MEX AND MH

STEEL AND HARDENED STEEL
3055 HRC (MEX) AND 30=70 HRC (MH)

# MEX: Ultra-fine micrograin and Endless Orange
coating for high perfromance machining on 3055
HRC materials.

MH: Wide range of tools available for general milling,
copying and super finishing (3070 HRC).

O MEX: Micrograna ultrafine e rivestimento Endless
Orange per lavorazione ad alto rendimento di
materiali con durezza compresa tra 3055 HRC.
MH: Ampia gamma per soddisfare applicazioni di
copiatura e super finitura (30+70 HRC).

& MEX: Besonders feine Mikrokornung

und Beschichtung Endless Orange fir
Hochleistungsbearbeitungen von Materialien mit
einer Harte zwischen 30 und 55 HRC.

MH: GroBe Produktpalette flir Anwendungen
zum Frasen im Allgemeinen, Kopierfrasen und
Schlichtbearbeitung (30+-70 HRC).

O MEX: Ultra Micrograin et revétement Endless
Orange pour un usinage a rendement élevé de
matériaux ayant une dureté comprise entre 30+55
HRC.

MH: Une large gamme pour satisfaire les
applications de fraisage général, copiage et super
finition (30+70 HRC).




MEX (30+55HRC) and MH (30+70HRC) ¢/SORMA
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Features of MEX end mills
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ULTRA-FINE MICROGRAIN ENDLESS ORANGE COATING
CARBIDE

| - HSS DRILLS

SPECIAL EGDE TREATMENT
STRONG EDGE DESIGN
LARGE CORE DIAMETER
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K - HSS END MILLS

Features of MH end mills

L - CARBIDE BURRS

NANO MICROGRAIN CARBIDE

MH COATING

SPECIAL EDGE DESIGN
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MEX (30+55HRC) and MH (30+70HRC) ¢/SORMA

DIAMOND & CUTTING TOOLS

Features and Benefits of MEX series

SOLID

# - Special edge design allows high reliability and better surface o . Die spezielle Schneidkantenkonstruktion ermdglicht hohe 9
finishing for Iso P, ISO H <55HRC - Zuverlassigkeit und verbesserte Oberflachenqualitat fiir ISO P, ISO g
- High rigidity due to large core diameter H <55HRC o
- High temperature stability during the machining process thanks - Hohe Robustheit durch verstérkten inneren Kerndurchmesser £
to the Endless Orange coating - Hohe Temperaturstabilitit bei der Bearbeitung dank der Endless i
- Ultra-fine micrograin carbide improves wear resistance and Orange-Beschichtung
increase the tool life - Ultrafeines mikrokdrniges Hartmetall verbessert die

VerschleiBfestigkeit und erhdht die Standzeit des Werkzeugs

o« Lo speciale design del tagliente consente un'elevata affidabilita o - La conception spéciale du tranchant assure une haute fiabilité et é
e una migliore finitura superficiale per ISO P, ISO H <55HRC une meilleure finition superficielle pour ISO P, ISO H <55HRC 2
- Elevata rigidita grazie al diametro del nocciolo interno rinforzato - Haute rigidité grace au diamétre du noyau interne renforcé -
- Stabilita alle alte temperature durante il processo di lavorazione - Stabilité aux hautes températures pendant le processus d’usinage
grazie al rivestimento Endless Orange grace au revétement Endless Orange
- I metallo duro micrograna ultra-fine migliora la resistenza - Le carbure a micro-grain ultrafin améliore la résistance a I'usure et 9
all'usura e aumenta la durata dell'utensile augmente la durée de vie de I'outil E
i
. . (=)
Features and Benefits of MH series =
# - Special edge design enables high versatility of general milling, = . Die spezielle Schneidkantenkonstruktion ermdglicht hohe
copying and super finishing on materials from 30 to 70 HRC Vielseitigkeit beim allgemeinen Frdsen, Nacharbeiten und
- High temperature stability during the machining process thanks Feinstbearbeiten von Materialien von 30 bis 70 HRC 3
to the MH coating - Hohe Temperaturstabilitit bei der Bearbeitung dank der MH- =
- Nano-micrograin carbide garanties excellent wear resistance Beschichtung é
and long life - Das Nanokorn-Hartmetall sorgt fir hervorragende 2
VerschleiBfestigkeit und lange Standzeit =
o - Lo speciale design del tagliente consente un'elevata versatilita o - La conception spéciale du tranchant permet une grande
in fresatura generale, copiatura e superfinitura di materiali da 30 polyvalence général de fraisage, la copie et la superfinition de g
a70 HRC matériaux de 30 & 70 HRC, =
- Stabilita alle alte temperature durante il processo di lavorazione - Stabilité aux hautes températures pendant le processus d’usinage E
grazie al rivestimento MH grace au revétement MH 3
- Il metallo duro nano-micrograna garantisce ottima resistenza - Le carbure nano-micrograin garantit une excellente résistance a -
all'usura e lunga durata I'usure et une longue durée de vie
Use case
Tool Type MHLNB2
Workpiece W.-Nr 1.2379 X155CrVMo12 1(K110) 50HRC
Parameters Ve 120 m/min, fz 0,025 mm/t, ap 0,07 mm,
ae 0,6 mm
Coolant air
Diameter 3 mm

Machining time:
OSAWA

Competitor A
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

S AR
indri — _t (h6)
 Cylindrical shank APMX\
o 2 flutes — LF
© Miniature
w
o |
== *
[=]
w
2 NMG -
@ OSAWA < @
S NORM MEX ND HRC
] ORA FHA 40°| |SQUARE | | ZEFP 2
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.3 0/-0.010 4 h6 0.6 40 2 MEXM20030 [}
o 0.4 0/-0.010 4 h6 0.8 40 2 MEXM20040 [ ]
)
= 0.5 0/-0.010 4 h6 1 40 2 MEXM20050 [ ]
; 0.6 0/-0.010 4 h6 1.2 40 2 MEXM20060 [
- 0.7 0/-0.010 4 h6 14 40 2 MEXM20070 )
0.8 0/-0.010 4 h6 16 40 2 MEXM20080 [ J
0.9 0/-0.010 4 h6 18 40 2 MEXM20090 ®
1 0/-0.015 3 h6 2 40 2 MEXM20100 [
<] 11 0/-0.015 3 h6 2.2 40 2 MEXM20110 )
-
= 12 0/-0.015 3 h6 2.4 40 2 MEXM20120 [ ]
% 1.3 0/-0.015 3 h6 2.6 40 2 MEXM20130 [
§ 14 0/-0.015 3 h6 2.8 40 2 MEXM20140 [
g 15 0/-0.015 3 h6 3 40 2 MEXM20150 )
= 16 0/-0.015 3 h6 3.2 40 2 MEXM20160 ®
17 0/-0.015 3 h6 3.4 40 2 MEXM20170 [
1.8 0/-0.015 3 h6 3.6 40 2 MEXM20180 [
. 19 0/-0.015 3 h6 3.8 40 2 MEXM20190 [
g 2 0/-0.015 3 h6 4 40 2 MEXM20200 [}
% * 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MEXM2
(=]
. o |
weaer DERDEE 020 BDERA el [ & 63 2
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC

ap x ae apxD apxD apxD apxD

V¢ (m/min) 70+90 50+70 30+50 20+40
DC ap fz fz fz fz i}
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z) E'
0.3 0.02 0.004 0.004 0.003 0.003 w
0.4 0.02 0.006 0.005 0.005 0.004 @
SLOTTING 0.5 0.03 0.007 0.006 0.006 0.005 S
0.6 0.03 0.008 0.007 0.006 0.006 =

0.8 0.04 0.010 0.009 0.008 0.007

1 0.05 0.012 0.011 0.010 0.008

1.2 0.06 0.022 0.020 0.018 0.015

1.4 0.07 0.024 0.022 0.019 0.017
15 0.08 0.025 0.023 0.020 0.018 3
1.6 0.08 0.026 0.023 0.021 0.018 S
1.8 0.09 0.028 0.025 0.022 0.020 ﬁ
2 0.10 0.030 0.027 0.024 0.021 -
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K - HSS END MILLS

L - CARBIDE BURRS
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS
o Cylindrical shank DC‘—@JD%N

o 2 flutes ‘APMX\
 Short cutting length

© Miniature

3

= *

[=}

w

§ OSAWA| | pp o NMG <55 g@

S NORM ND HRC

: ORA FHA 40°| |SQUARE| | ZEFP 2

p= =
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.2 0/-0.010 4 h6 0.3 50 2 MEXM2SC0020 ®

o 0.3 0/-0.010 4 h6 0.4 50 2 MEXM2SC0030 )

)

= 0.4 0/-0.010 4 h6 0.6 50 2 MEXM2SC0040 °

; 0.5 0/-0.010 4 h6 0.7 50 2 MEXM2SC0050 )

- 0.6 0/-0.010 4 h6 0.9 50 2 MEXM2SC0060 )
0.7 0/-0.010 4 h6 1 50 2 MEXM2SC0070 )
0.8 0/-0.010 4 h6 1.2 50 2 MEXM2SC0080 )
0.9 0/-0.010 4 h6 1.4 50 2 MEXM2SC0090 ®

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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K - HSS END MILLS

L - CARBIDE BURRS
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXM2SC

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SLOTTING

Material Group
e DEDEE 2 EEE o] < I @ @
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.2 0.01 0.003 0.003 0.002 0.002
0.3 0.02 0.004 0.004 0.003 0.003
0.4 0.02 0.006 0.005 0.005 0.004
0.5 0.03 0.007 0.006 0.006 0.005
0.6 0.03 0.008 0.007 0.006 0.006
0.8 0.04 0.010 0.009 0.008 0.007
0.9 0.05 0.012 0.011 0.010 0.008
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

MEXLN2 i
o Bs=—1 | | %
aoy| ! | -
LU
o Cylindrical shank LF
o 2 flutes
 Extended and reduced neck [@I
LU
g o
g *
é NMG e
S| |l |mex| e | 2 || V|| LA || &P
- ORA FHA 40°| |SQUARE| |ZEFP 2| KL
DC | DCtol. = DCON | APMX ] DN LF ZEFP a:go' u';l:, u='1'930, ul;g" u';l;o EDP no. Stock
0.2 0/-0.010 4 0.3 0.5 0.16 50 2 0.57 0.59 0.61 0.63 0.68 | MEXLN2002005 ®
P 0.2 0/-0.010 4 0.3 1 0.16 50 2 1.09 112 1.16 1.21 1.3 MEXLN200201 ®
5 0.2 0/-0.010 4 0.3 1.5 0.16 50 2 1.6 1.66 1.72 1.78 191 MEXLN2002015 ®
2 0.3 0/-0.010 4 0.4 1 0.26 50 2 1.09 112 1.16 1.21 1.3 MEXLN200301 [ ]
- 0.3 0/-0.010 4 0.4 2 0.26 50 2 212 219 227 2.35 2.53 | MEXLN200302 ®
B 0.3 0/-0.010 4 0.4 3 0.26 50 2 3.15 3.26 3.38 3.5 3.76 | MEXLN200303 [}
0.4 0/-0.010 4 0.6 2 0.37 50 2 212 219 227 2.35 2.53 | MEXLN200402 [ ]
0.4 0/-0.010 4 0.6 3 0.37 50 2 3.15 3.26 3.38 35 3.76 | MEXLN200403 [ ]
<] 0.4 0/-0.010 4 0.6 4 0.37 50 2 419 433 4.49 4.65 5 MEXLN200404 [ ]
E' 0.4 0/-0.010 4 0.6 5 0.37 50 2 5.22 5.4 5.59 5.79 6.23 | MEXLN200405 [}
% 0.5 0/-0.010 4 0.7 2 0.45 50 2 216 2.23 2.31 2.4 2.57 | MEXLN200502 [ ]
é 0.5 0/-0.010 4 0.7 4 0.45 50 2 423 4.37 453 4.69 5.04 | MEXLN200504 [ ]
(5 0.5 0/-0.010 4 0.7 6 0.45 50 2 6.29 6.51 6.74 6.98 7.51 MEXLN200506 [ ]
z 0.5 0/-0.010 4 0.7 8 0.45 50 2 8.36 8.65 8.96 9.28 9.98 | MEXLN200508 [}
0.6 0/-0.010 4 09 2 0.55 50 2 216 2.23 2.31 2.4 2.57 | MEXLN200602 [ ]
0.6 0/-0.010 4 0.9 4 0.55 50 2 4.23 4.37 453 4.69 5.04 | MEXLN200604 [ ]
- 0.6 0/-0.010 4 0.9 6 0.55 50 2 6.29 6.51 6.74 6.98 7.51 MEXLN200606 ®
g 0.6 0/-0.010 4 0.9 8 0.55 50 2 8.36 8.65 8.96 9.28 9.98 | MEXLN200608 [}
2 0.6 0/-0.010 4 09 10 0.55 50 2 10.43 10.79 117 11.57 12.44 | MEXLN200610 [ ]
u%J 0.7 0/-0.010 4 1 2 0.65 50 2 216 2.23 2.31 2.4 2.57 | MEXLN200702 [ ]
- 0.7 0/-0.010 4 1 4 0.65 50 2 423 437 453 4.69 5.04 | MEXLN200704 [ ]
- 0.7 0/-0.010 4 1 6 0.65 50 2 6.29 6.51 6.74 6.98 7.51 MEXLN200706 [ )
0.7 0/-0.010 4 1 8 0.65 50 2 8.36 8.65 8.96 9.28 9.98 | MEXLN200708 [ ]
0.7 0/-0.010 4 1 10 0.65 50 2 10.43 10.79 1117 11.57 12.44 | MEXLN200710 ®
@ 0.8 0/-0.010 4 1.2 4 0.75 50 2 423 437 453 4.69 5.04 | MEXLN200804 [ ]
% 0.8 0/-0.010 4 1.2 6 0.75 50 2 6.29 6.51 6.74 6.98 7.51 MEXLN200806 [}
5 0.8 0/-0.010 4 1.2 8 0.75 50 2 8.36 8.65 8.96 9.28 9.98 | MEXLN200808 [}
g 0.8 0/-0.010 4 1.2 10 0.75 50 2 10.43 10.79 1117 11.57 12.44 | MEXLN200810 [ ]
j 0.8 0/-0.010 4 1.2 12 0.75 50 2 12.49 12.93 13.38 13.87 1491 | MEXLN200812 ®
0.9 0/-0.010 4 1.4 6 0.85 50 2 6.29 6.51 6.74 6.98 7.51 MEXLN200906 ®
0.9 0/-0.010 4 1.4 8 0.85 50 2 8.36 8.65 8.96 9.28 9.98 | MEXLN200908 [}
0.9 0/-0.010 4 14 10 0.85 50 2 10.43 10.79 1117 11.57 12.44 | MEXLN200910 ®
0.9 0/-0.010 4 1.4 15 0.85 50 2 15.6 16.14 16.71 17.31 18.61 | MEXLN200915 ®
1 0/-0.015 4 15 6 0.95 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201006 [ )
1 0/-0.015 4 15 8 0.95 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201008 [ )
1 0/-0.015 4 15 10 0.95 50 2 10.52 10.89 11.27 11.68 12,56 | MEXLN201010 [ ]
1 0/-0.015 4 15 12 0.95 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201012 [ ]
1 0/-0.015 4 15 14 0.95 50 2 14.66 1517 15.7 16.27 17.49 | MEXLN201014 [ ]
1 0/-0.015 4 15 16 0.95 50 2 16.73 17.3 17.92 18.56 19.96 | MEXLN201016 [}
1.2 0/-0.015 4 1.8 6 1.15 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201206 [ ]
1.2 0/-0.015 4 1.8 8 1.15 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201208 [ ]
1.2 0/-0.015 4 1.8 10 1.15 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN201210 [ ]
1.2 0/-0.015 4 1.8 12 1.15 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201212 [ ]
14 0/-0.015 4 2.1 6 1.35 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201406 [ ]
14 0/-0.015 4 2.1 8 1.35 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201408 ®

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

MEXLN2 7
=
sy ! | B E
LU o
o Cylindrical shank LF »°
o 2 flutes
 Extended and reduced neck [@I
LU
@ 3
* * * g
0SAWA NMG || s || [/]7 M g@ 2
NORM MEX NDLESS HRC Vi %
ORA FHA 40°| |SQUARE| |ZEFP 2| KL -

DC DCtol. = DCON = APMX L DN LF ZEFP a:go' u';l:, u='1'930, ul;g" u';l;o EDP no. Stock

14 0/-0.015 4 2.1 10 1.35 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN201410 [ ]

14 0/-0.015 4 2.1 12 1.35 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201412 [ ] o

14 0/-0.015 4 2.1 16 1.35 50 2 16.73 17.3 17.92 18.56 19.96 | MEXLN201416 [ ] %

15 0/-0.015 4 2.3 6 1.45 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201506 [ ] ;

15 0/-0.015 4 2.3 8 1.45 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201508 [ ] -

1.5 0/-0.015 4 2.3 10 1.45 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN201510 [ ] B

15 0/-0.015 4 2.3 12 1.45 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201512 [ ]

15 0/-0.015 4 2.3 14 1.45 50 2 14.66 1517 15.7 16.27 17.49 | MEXLN201514 [ ]

15 0/-0.015 4 2.3 16 1.45 50 2 16.73 17.3 17.92 18.56 19.96 | MEXLN201516 [ ] «

15 0/-0.015 4 2.3 18 1.45 60 2 18.79 19.44 20.13 20.86 22.43 | MEXLN201518 [ ] El

15 0/-0.015 4 2.3 20 1.45 60 2 20.86 21.58 22.35 23.15 - MEXLN201520 [ ] %

1.6 0/-0.015 4 2.4 6 1.55 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201606 [ ] E

1.6 0/-0.015 4 2.4 8 1.55 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201608 [ ] %

1.6 0/-0.015 4 2.4 10 1.55 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN201610 [ ] =

1.6 0/-0.015 4 2.4 12 1.55 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201612 [ ]

1.6 0/-0.015 4 2.4 14 1.55 50 2 14.66 1517 15.7 16.27 17.49 | MEXLN201614 [ ]

1.6 0/-0.015 4 2.4 16 1.55 50 2 16.73 17.3 17.92 18.56 19.96 | MEXLN201616 ® o

1.6 0/-0.015 4 2.4 18 1.55 60 2 18.79 19.44 20.13 20.86 22.43 | MEXLN201618 [ ] g

1.6 0/-0.015 4 2.4 20 1.55 60 2 20.86 21.58 22.35 23.15 - MEXLN201620 [ ] 2

1.8 0/-0.015 4 2.7 6 1.75 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN201806 [ ] ué

1.8 0/-0.015 4 2.7 8 1.75 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN201808 ® -

1.8 0/-0.015 4 2.7 10 1.75 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN201810 [ ] =

1.8 0/-0.015 4 2.7 12 1.75 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN201812 ®

1.8 0/-0.015 4 2.7 16 1.75 50 2 16.73 17.3 17.92 18.56 19.96 | MEXLN201816 [ ]

1.8 0/-0.015 4 2.7 20 1.75 60 2 20.86 21.58 22.35 23.15 - MEXLN201820 [ ] @
2 0/-0.015 4 3 6 1.95 50 2 6.39 6.61 6.84 7.09 7.62 | MEXLN202006 ° %
2 0/-0.015 4 3 8 1.95 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN202008 [} a
2 0/-0.015 4 3 10 1.95 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN202010 [ ] g
2 0/-0.015 4 3 12 1.95 50 2 12.59 13.03 13.49 13.97 15.02 | MEXLN202012 [ ] j
2 0/-0.015 4 3 14 1.95 50 2 14.66 15.17 15.7 16.27 17.49 | MEXLN202014 [ ]

2 0/-0.015 4 3 16 1.95 50 2 16.73 17.3 17.92 18.56 - MEXLN202016 [}
2 0/-0.015 4 3 18 1.95 60 2 18.79 19.44 2013 20.86 - MEXLN202018 [ ]
2 0/-0.015 4 3 20 1.95 60 2 20.86 21.58 22.35 23.15 - MEXLN202020 [ ]
2 0/-0.015 4 3 25 1.95 75 2 26.03 26.93 27.88 - - MEXLN202025 [ ]
2 0/-0.015 4 3 30 1.95 75 2 31.2 32.28 33.42 - - MEXLN202030 [ ]

2.5 0/-0.020 4 3.7 8 24 50 2 8.46 8.75 9.06 9.38 10.09 | MEXLN202508 [ ]

2.5 0/-0.020 4 3.7 10 24 50 2 10.52 10.89 11.27 11.68 12.56 | MEXLN202510 [ ]

2.5 0/-0.020 4 3.7 12 2.4 50 2 12.59 13.03 13.49 13.97 - MEXLN202512 [ ]

25 | 0/-0.020 4 37 16 2.4 50 2 16.73 17.3 17.92 18.56 - MEXLN202516 [}

2.5 0/-0.020 4 3.7 20 24 60 2 20.86 21.58 22.35 - - MEXLN202520 [ ]

2.5 0/-0.020 4 3.7 25 2.4 60 2 26.03 26.93 27.88 - - MEXLN202525 [ ]

2.5 0/-0.020 4 3.7 30 2.4 75 2 31.2 32.28 - - - MEXLN202530 [ ]

3 0/-0.025 6 45 8 2.85 50 2 8.65 8.95 9.26 9.6 10.31 | MEXLN203008 [}
3 0/-0.025 6 4.5 10 2.85 50 2 10.72 11.09 11.48 11.89 12.78 | MEXLN203010 [ ]
3 0/-0.025 6 45 12 2.85 50 2 12.78 13.23 13.69 1418 15.25 | MEXLN203012 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

MEXLN2 i
o Bs=—1 | | %
aoy| ! | -
LU
o Cylindrical shank LF
o 2 flutes
 Extended and reduced neck [@I
LU
g o
g *
é NMG
S| |l |mex| e | 2 || V|| LA || &P
- ORA FHA 40°| |SQUARE| |ZEFP 2| KL
DC | DCtol. = DCON | APMX ] DN LF ZEFP a:go' u';l:, u='1'930, ul;g" nl;g° EDP no. Stock
3 0/-0.025 6 45 14 2.85 50 2 14.85 15.36 15.91 16.48 17.72 | MEXLN203014 [ ]
P 3 0/-0.025 6 45 16 2.85 60 2 16.92 17.5 18.12 18.77 20.18 | MEXLN203016 [ ]
5 3 0/-0.025 6 4.5 18 2.85 60 2 18.99 19.64 20.34 21.07 22.65 | MEXLN203018 [ ]
; 3 0/-0.025 6 45 20 2.85 60 2 21.05 21.78 22.55 23.36 2512 | MEXLN203020 [ ]
- 3 0/-0.025 6 45 25 2.85 75 2 26.22 2713 28.09 29.1 - MEXLN203025 [ ]
B 4 0/-0.025 6 45 10 3.85 60 2 10.91 11.29 11.68 121 13 MEXLN204010 [ ]
4 0/-0.025 6 4.5 15 3.85 60 2 16.08 16.63 17.22 17.84 19.17 | MEXLN204015 ®
4 0/-0.025 6 45 20 3.85 60 2 21.25 21.98 22.76 23.57 - MEXLN204020 [ ]
4 0/-0.025 6 45 25 3.85 75 2 26.41 27.33 28.29 - - MEXLN204025 [ ]
4 0/-0.025 6 45 30 3.85 75 2 31.58 32.67 33.83 - - MEXLN204030 [}
4 0/-0.025 6 4.5 40 3.85 75 2 41.92 43.37 - - - MEXLN204040 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MEXLN2
weaer DERDEE 020 BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC LU ap fz fz fz fz

(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.01 0.003 0.003 0.002 0.002

0.2 <8D 0.01 0.003 0.002 0.002 0.002
<10D | 0.01 0.002 0.002 0.002 0.001

<120 | 0.01 0.002 0.001 0.001 0.001

<6D 0.02 0.004 0.004 0.003 0.003

03 <8D 0.01 0.004 0.003 0.003 0.003
’ <10D | 0.01 0.003 0.003 0.003 0.002
<120 | 0.01 0.003 0.003 0.002 0.002

<6D 0.02 0.006 0.005 0.005 0.004

04 <8D 0.02 0.005 0.005 0.004 0.004
<100 | 0.01 0.005 0.004 0.004 0.003

<120 | 0.01 0.004 0.004 0.003 0.003

<6D 0.03 0.007 0.006 0.006 0.005

0 <8D 0.02 0.006 0.006 0.005 0.004
S <10D | 0.02 0.006 0.005 0.004 0.004
<12D | 0.01 0.005 0.004 0.004 0.003

<6D 0.03 0.008 0.007 0.006 0.006

06 <8D 0.03 0.007 0.006 0.006 0.005
’ <10D | 0.02 0.006 0.006 0.005 0.004
<120 | 0.02 0.006 0.005 0.004 0.004

<6D 0.04 0.010 0.009 0.008 0.007

SQUARE RIB 08 <8D 0.03 0.009 0.008 0.007 0.006
<10D | 0.03 0.008 0.007 0.006 0.006

<120 | 0.02 0.007 0.006 0.006 0.005

<6D 0.05 0.012 0.011 0.010 0.008

1 <8D 0.04 0.011 0.010 0.009 0.008
<10D | 0.04 0.010 0.009 0.008 0.007

<12D | 0.03 0.008 0.008 0.007 0.006

<6D 0.06 0.022 0.020 0.018 0.015

12 <8D 0.05 0.020 0.018 0.016 0.014
<10D | 0.04 0.018 0.016 0.014 0.012

<120 | 0.03 0.015 0.014 0.012 0.011

<6D 0.07 0.024 0.022 0.019 0.017

<8D 0.06 0.022 0.019 0.017 0.015

14 L= 10D | 0.05 0.019 0.017 0.015 0.013
<120 | 0.04 0.017 0.015 0.013 0.012

<15D | 0.03 0.014 0.013 0.012 0.010

>15D | 0.02 0.012 0.011 0.010 0.008

<6D 0.08 0.025 0.023 0.020 0.018

<8D 0.06 0.023 0.020 0.018 0.016

15 <10D | 0.05 0.020 0.018 0.016 0.014
<120 | 0.04 0.018 0.016 0.014 0.012

<15D | 0.03 0.015 0.014 0.012 0.011

>15D | 0.02 0.013 0.011 0.010 0.009

<6D 0.08 0.026 0.023 0.021 0.018

<8D 0.07 0.023 0.021 0.019 0.016

16 <10D | 0.06 0.021 0.019 0.017 0.015
<120 | 0.04 0.018 0.016 0.015 0.013

< 15D 0.04 0.016 0.014 0.012 0.011

>15D | 0.02 0.013 0.012 0.010 0.009

OSAWA | SORMA CUTTING SOLUTIONS
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXLN2

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SQUARE RIB

weaer DERDEE 02BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.09 0.028 0.025 0.022 0.020
<8D 0.08 0.025 0.023 0.020 0.018
18 <10D | 0.06 0.022 0.020 0.018 0.016
<12D | 0.05 0.020 0.018 0.016 0.014
<150 | 0.04 0.017 0.015 0.013 0.012
>15D | 0.03 0.014 0.013 0.011 0.010
<6D 0.10 0.030 0.027 0.024 0.021
<8D 0.09 0.027 0.024 0.022 0.019
2 <10D | 0.07 0.024 0.022 0.019 0.017
<12D | 0.06 0.021 0.019 0.017 0.015
<150 | 0.05 0.018 0.016 0.014 0.013
>15D | 0.03 0.018 0.016 0.014 0.013
<6D 0.13 0.035 0.032 0.028 0.025
<8D 0.1 0.032 0.028 0.025 0.022
25 <10D | 0.09 0.028 0.025 0.022 0.020
<120 | 0.07 0.025 0.022 0.020 0.017
<150 | 0.06 0.021 0.019 0.017 0.015
>15D | 0.04 0.021 0.019 0.017 0.015
<6D 0.15 0.040 0.036 0.032 0.028
<8D 0.13 0.036 0.032 0.029 0.025
3 <10D | 0.1 0.032 0.029 0.026 0.022
<12D | 0.08 0.028 0.025 0.022 0.020
<150 | 0.07 0.024 0.022 0.019 0.017
>15D | 0.05 0.024 0.022 0.019 0.017
<6D 0.20 0.050 0.045 0.040 0.035
<8D 0.17 0.045 0.041 0.036 0.032
4 <10D | 0.14 0.040 0.036 0.032 0.028
<120 | 0M 0.035 0.032 0.028 0.025
<150 | 0.09 0.030 0.027 0.024 0.021
>15D | 0.06 0.030 0.027 0.024 0.021
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
NS 3
DCL .s\ 71 (h6) 177]
e Cylindrical shank APMX_ | ‘
o 2 flutes LF
4
* * * =
a
w
NMG 55 Z K =
OSAWA < -
NORM MEX ND HRC S
ORA FHA 40°| | SQUARE '
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.012 4 h6 25 40 2 MEXCS2010 )
15 0/-0.012 4 h6 4 40 2 MEXCS2015 [ ] o~
-
2 0/-0.012 4 h6 6 40 2 MEXCS2020 [ ] =
2.5 0/-0.012 4 h6 8 40 2 MEXCS2025 [ ] ;
3 0/-0.012 6 h6 8 55 2 MEXCS2030 ) -
35 0/-0.012 6 h6 10 55 2 MEXCS2035 [ ]
4 0/-0.012 6 h6 10 55 2 MEXCS2040 [ )
45 0/-0.012 6 h6 12 55 2 MEXCS2045 [ ]
5 0/-0.012 6 h6 13 55 2 MEXCS2050 [ ] «
'}
5.5 0/-0.012 6 h6 14 55 2 MEXCS2055 [ ] =
6 0/-0.015 6 h6 15 60 2 MEXCS2060 [ ) %
6.5 0/-0.015 8 h6 17 65 2 MEXCS2065 [ ] §
7 0/-0.015 8 h6 18 65 2 MEXCS2070 [ ] ?,
8 0/-0.015 8 h6 20 70 2 MEXCS2080 [ ] =
8.5 0/-0.015 10 h6 21 70 2 MEXCS2085 [ ]
9 0/-0.015 10 h6 23 70 2 MEXCS2090 [ ]
10 0/-0.015 10 h6 22 75 2 MEXCS2100 [ ] o~
11 0/-0.015 12 h6 28 75 2 MEXCS2110 [ g
12 0/-0.015 12 h6 26 80 2 MEXCS2120 [ ) 2
w
14 0/-0.020 14 h6 32 90 2 MEXCS2140 [ ] 2
16 0/-0.020 16 h6 32 90 2 MEXCS2160 [ ] -
x
18 0/-0.020 18 h6 38 100 2 MEXCS2180 [ ]
20 0/-0.020 20 h6 38 100 2 MEXCS2200 [ ]
% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXCS2

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

e DERDEE 020 BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.5DxD 0.3DxD 0.2DxD 0.1DxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.006 0.005 0.005 0.004
2 0.010 0.009 0.008 0.007
3 0.014 0.013 0.012 0.010
4 0.020 0.018 0.016 0.014
5 0.026 0.023 0.020 0.018
6 0.032 0.029 0.026 0.023
8 0.038 0.034 0.031 0.027
10 0.046 0.041 0.037 0.032
12 0.055 0.050 0.044 0.039
14 0.064 0.057 0.051 0.045
16 0.072 0.065 0.058 0.051
18 0.082 0.074 0.066 0.058
20 0.094 0.084 0.075 0.065

<D3mm:ap=0.1D + 0.2D
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
. _ =
S— g 3
DC
 Cylindrical shank [— —1 (h6) »°
o 2 flutes LF ‘
® Long
3
* * * g
w
[=}
OSAWA NMG <55 2
NORM MEX ND HRC S
ORA FHA 40°| |SQUARE| | ZEFP 2 '
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.030 6 h6 8 60 2 MEXCL2010 [ ]
15 0/-0.030 6 h6 12 60 2 MEXCL2015 [} o
-
2 0/-0.030 6 h6 12 60 2 MEXCL2020 [ ] E‘
3 0/-0.030 6 h6 15 60 2 MEXCL2030 [ ] ;
4 0/-0.030 6 h6 20 60 2 MEXCL2040 [ ] -
5 0/-0.030 6 h6 25 70 2 MEXCL2050 [ ]
6 0/-0.030 6 h6 25 70 2 MEXCL2060 [ ]
8 0/-0.030 8 h6 30 80 2 MEXCL2080 [ ]
10 0/-0.030 10 h6 35 90 2 MEXCL2100 [ ]
12 0/-0.030 12 h6 40 90 2 MEXCL2120 [}

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXCL2

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BEEEAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.5DxD 0.3DxD 0.2DxD 0.1DxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.005 0.005 0.004 0.004
15 0.006 0.005 0.005 0.004
2 0.009 0.008 0.007 0.006
3 0.012 0.011 0.010 0.008
4 0.018 0.016 0.014 0.013
5 0.024 0.022 0.019 0.017
6 0.029 0.026 0.023 0.020
8 0.035 0.032 0.028 0.025
10 0.041 0.037 0.033 0.029
12 0.050 0.045 0.040 0.035

<D3mm:ap=0.4 mm
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
t D s 7 DCON =]
pof L 1569 2
o Cylindrical shank ‘ APMX_ | ‘
4 flutes unequal pitch LF
A
* * * =
a
w
NMG 55 2
OSAWA < -
NORM MEX ND HRC S
ORA FHA 40°| |SQUARE | |ZEFP4UP| AN |
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.010 4 h6 3 50 4 MEX400010 )
15 0/-0.010 4 h6 45 50 4 MEX400015 [ ] o
-
2 0/-0.015 4 h6 6 40 4 MEX400020 [ ] =
25 0/-0.015 4 h6 8 40 4 MEX400025 [ ;
3 0/-0.015 6 h6 8 55 4 MEX400030 ) -
35 0/-0.020 6 h6 10 55 4 MEX400035 [ J
4 0/-0.020 6 h6 11 55 4 MEX400040 [
45 0/-0.020 6 h6 11 45 4 MEX400045 [
5 0/-0.020 6 h6 13 55 4 MEX400050 ) ]
'}
55 0/-0.020 6 h6 13 55 4 MEX400055 [ ] =
6 0/-0.020 6 h6 15 60 4 MEX400060 [ %
6.5 0/-0.020 8 h6 17 65 4 MEX400065 [ §
7 0/-0.020 8 h6 18 65 4 MEX400070 ) g
8 0/-0.020 8 h6 20 70 4 MEX400080 [ J =
9 0/-0.020 10 h6 23 70 4 MEX400090 [
10 0/-0.020 10 h6 22 75 4 MEX400100 [
11 0/-0.020 12 h6 28 75 4 MEX400110 [ o~
12 -0.005/-0.025 12 h6 26 80 4 MEX400120 [} g
14 -0.010/-0.025 14 h6 35 90 4 MEX400140 [ ] 2
w
16 -0.010/-0.025 16 h6 32 100 4 MEX400160 [ a
20 -0.010/-0.025 20 h6 40 100 4 MEX400200 ) -
x
25 -0.010/-0.025 25 h6 40 100 4 MEX400250 [
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

MEX400

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

weaer DERDEE 02BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC

ap x ae D x 0.05D D x 0.05D D x 0.05D D x 0.05D

V¢ (m/min) 120+160 100+140 90+120 80+100
DC fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)

1 0.007 0.006 0.006

2 0.010 0.010 0.010 0.010

3 0.016 0.016 0.016 0.016

4 0.027 0.027 0.027 0.027

5 0.036 0.036 0.036 0.036

6 0.043 0.043 0.043 0.043

8 0.060 0.060 0.060 0.060

10 0.085 0.085 0.085 0.085

12 0.100 0.100 0.100 0.100

14 0.120 0.120 0.120 0.120

16 0.150 0.150 0.150 0.150

18 0.175 0.175 0.175 0.175

20 0.200 0.200 0.200 0.200

22 0.215 0.215 0.215 0.215

25 0.225 0.225 0.225 0.225
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
t D \‘ 7 DCON =]
D £
o Cylindrical shank © L S *1 (h6) »°
APMX |
® 4 flutes LF
® Long
A
* * * =
a
w
NMG 55 % =
OSAWA < o
NORM MEX ND HRC S
ORA FHA 40°| |SQUARE| |ZEFP 4 | K3 B
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 0/-0.020 6 h6 8 60 4 MEXCL4020 )
3 0/-0.020 6 h6 15 60 4 MEXCL4030 [ ] o
-
3 0/-0.030 6 h6 25 100 4 MEXCL4030100 [ =
4 0/-0.020 6 h6 20 60 4 MEXCL4040 [ ;
4 0/-0.030 6 h6 31 100 4 MEXCL4040100 ) -
5 0/-0.020 6 h6 25 70 4 MEXCL4050 [ J
5 0/-0.030 6 h6 31 100 4 MEXCL4050100 [
6 0/-0.020 6 h6 25 70 4 MEXCL4060 [
6 0/-0.030 6 h6 38 100 4 MEXCL4060100 ) ]
=
8 0/-0.020 8 h6 30 80 4 MEXCL4080 [ ] =
8 0/-0.030 8 h6 41 100 4 MEXCL4080100 [ %
10 0/-0.020 10 h6 35 90 4 MEXCL4100 [ é
10 0/-0.035 10 h6 57 125 4 MEXCL4100125 ) g
12 0/-0.020 12 h6 40 90 4 MEXCL4120 [} =
12 0/-0.035 12 h6 75 150 4 MEXCL4120150 [
14 0/-0.020 16 h6 50 110 4 MEXCL4140 [
14 0/-0.035 14 h6 75 150 4 MEXCL4140150 [ o~
16 0/-0.020 16 h6 50 110 4 MEXCL4160 [} g
16 0/-0.035 16 h6 75 150 4 MEXCL4160150 [ 2
20 0/-0.020 20 h6 50 110 4 MEXCL4200 [ ué
20 0/-0.035 20 h6 75 150 4 MEXCL4200150 ) -
x
25 0/-0.050 25 h6 70 130 4 MEXCL4250 [ )
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXCL4

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

weacr  DDEDEE 02 DERA o] x| 1 21 £2
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 1.5Dx0.1D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
Vc (m/min) 60+100 50+70 30+50 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 0.014 0.013 0.012 0.010
3 0.022 0.020 0.017 0.015
4 0.029 0.026 0.023 0.020
5 0.033 0.029 0.026 0.023
6 0.036 0.033 0.029 0.025
8 0.047 0.042 0.038 0.033
10 0.060 0.054 0.048 0.042
12 0.072 0.065 0.058 0.051
14 0.083 0.075 0.066 0.058
16 0.094 0.084 0.075 0.065
20 0.119 0.107 0.095 0.083
25 0.150 0.135 0.120 0.105
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
r g =
DCON
NN\ ) 1°g8 3
e Cylindrical shank ‘ APMX | ‘
o Muttifiute LF
4l
* * * =
o
NMG 2
| MEX| e | a2 ®
ORA FHA 50°| |SQUARE | |ZEFP6~8| [LIMILY ;
= =
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

3 0/-0.020 6 h6 8 50 6 MEXCSHMO30 °
4 0/-0.020 6 h6 11 50 6 MEXCSHMO040 ° o
—
5 0/-0.020 6 h6 13 50 6 MEXCSHMO50 ° 2
6 0/-0.020 6 h6 15 60 6 MEXCSHMO60 ° ;
8 0/-0.020 8 h6 20 70 6 MEXCSHMO80 ° -

10 0/-0.020 10 h6 25 80 6 MEXCSHM100 °

12 0/-0.020 12 h6 30 80 6 MEXCSHM120 °

14 0/-0.020 14 h6 30 90 6 MEXCSHM140 °

16 0/-0.020 16 h6 40 100 6 MEXCSHM160 °

18 0/-0.020 18 h6 35 100 8 MEXCSHM180 °

20 0/-0.020 20 h6 50 100 8 MEXCSHM200 °

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Square

MEXCSHM

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

weaer DERDEE 02BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 1.5Dx0.1D 1.5Dx 0.1D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 120+160 90+130 60+100 50+70
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.008 0.008 0.007 0.006
4 0.012 0.011 0.010 0.008
5 0.014 0.013 0.012 0.010
6 0.018 0.016 0.014 0.013
8 0.028 0.025 0.022 0.019
10 0.034 0.030 0.027 0.024
12 0.041 0.037 0.033 0.029
14 0.048 0.043 0.038 0.034
16 0.056 0.051 0.045 0.039
18 0.065 0.059 0.052 0.046
20 0.073 0.066 0.058 0.051
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MEX (30+55HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
3 x 3
DC @ H DCON
 Cylindrical shank 1— APMX ‘ —1 (h6) »°
o Multi flute ‘ LF ‘
® Long
4l
* * * =
o
NMG 2
| MEX| e | a2 ®
ORA FHA 50°| |SQUARE | |ZEFP6-~8| [N .
= =
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 0/-0.030 6 h6 19 75 6 MEXCLHMO30 °
4 0/-0.030 6 h6 19 75 6 MEXCLHM040 ® o~
-
5 0/-0.030 6 h6 19 75 6 MEXCLHMO50 ° =
6 0/-0.030 6 h6 25 80 6 MEXCLHMO60 ° ;
8 0/-0.030 8 h6 40 100 6 MEXCLHMO80 ° -
10 0/-0.030 10 h6 45 120 6 MEXCLHM100 °
12 0/-0.030 12 h6 60 120 6 MEXCLHM120 °
16 0/-0.030 16 h6 80 150 6 MEXCLHM160 °
20 0/-0.030 20 h6 80 150 8 MEXCLHM200 °

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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K - HSS END MILLS

L - CARBIDE BURRS
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K - HSS END MILLS

L - CARBIDE BURRS

MEX (30+55HRC) and MH (30+70HRC) Square

MEXCLHM

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BRRRAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 80+120 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.007 0.006 0.006 0.005
4 0.010 0.009 0.008 0.007
5 0.012 0.011 0.010 0.009
6 0.015 0.014 0.012 0.011
8 0.023 0.021 0.019 0.016
10 0.029 0.026 0.023 0.020
12 0.035 0.031 0.028 0.024
14 0.041 0.037 0.033 0.029
16 0.048 0.043 0.038 0.034
18 0.055 0.050 0.044 0.039
20 0.063 0.057 0.050 0.044
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
MEXLN2R o ocon
ot == 1| I
o (=]
APMX =
=, | ;
 Cylindrical shank LF (77]

o 2 flutes
 Extended and reduced neck
© Corner radius

a ]
* * * Q—g‘
a
o
osawa | x| o | == || )| /) || QP
ORA FHA 40°| |RADIUS| | ZEFP 2 SQUARE RIB :|':
DC | DCtol. RE | REtol. DCON APMX | LU DN LF | ZEFP u:lsjw nl;l:° u='1'930, ul;g° nl;lIlP EDP no. Stock
0.3 |0/-0.010/ 0.05 0/-0.010 4 0.4 1 0.26 50 2 1.08 112 1.15 1.19 1.25 | MEXLN20030001 ®
0.3 |0/-0.010/ 0.05 |0/-0.010 4 0.4 15 0.26 50 2 1.6 1.65 17 1.75 1.85 | MEXLN20030065 [ ] o
0.3 |0/-0.010/ 0.05 |0/-0.010 4 0.4 2 0.26 50 2 212 219 2.25 2.32 2.46 | MEXLN20030002 [ ] %
0.3 0/-0.010/ 0.05 0/-0.010 4 0.4 3 0.26 50 2 3.15 3.25 3.35 3.46 3.66 | MEXLN20030003 [ ) ;
0.3 |0/-0.010/ 0.1 0/-0.010 4 0.4 1 0.26 50 2 1.08 112 1.15 1.18 1.24 | MEXLN20030101 [ ) I
0.3 |0/-0.010/ 0.1 |0/-0.010 4 0.4 15 0.26 50 2 1.6 1.65 1.7 1.75 1.84 | MEXLN20030165 [ ] -
0.3 |0/-0.010/ 0.1 0/-0.010 4 0.4 2 0.26 50 2 212 218 2.25 2.31 2.45 | MEXLN20030102 [ ]
0.3 10/-0.010/ 0.1 0/-0.010 4 0.4 3 0.26 50 2 3.15 3.25 3.35 3.45 3.65 | MEXLN20030103 [ )
0.4 0/-0.010/ 0.05 0/-0.010 4 0.6 1 0.37 50 2 1.08 112 1.15 1.19 1.25 | MEXLN20040001 ® «
0.4 0/-0.010/ 0.05 |0/-0.010 4 0.6 3 0.37 50 2 3.15 3.25 3.35 3.46 3.66 | MEXLN20040003 [ ] EI
0.4 0/-0.010/ 0.05 |0/-0.010 4 0.6 4 0.37 50 2 419 4.32 4.46 4.59 4,86 | MEXLN20040004 [ ] %
0.4 |0/-0.010/ 0.1 0/-0.010 4 0.6 1 0.37 50 2 1.08 112 1.15 1.18 1.24 | MEXLN20040101 [ ) é
0.4 |0/-0.010/ 0.1 0/-0.010 4 0.6 2 0.37 50 2 212 2.18 2.25 2.31 2.45 | MEXLN20040102 [ ) E
0.4 0/-0.010/ 0.1 |0/-0.010 4 0.6 3 0.37 50 2 3.15 3.25 3.35 3.45 3.65 | MEXLN20040103 [ ] c_'j
0.4 |0/-0.010/ 0.1 0/-0.010 4 0.6 4 0.37 50 2 418 4.32 4.45 4.58 4,85 | MEXLN20040104 [ ]
0.5 |0/-0.010/ 0.05 |0/-0.010 4 0.7 2 0.45 50 2 2.16 2.23 2.29 2.36 25 MEXLN20050002 [ )
0.5 |0/-0.010/ 0.05 |0/-0.010 4 0.7 4 0.45 50 2 4.22 4.36 45 4.63 49 MEXLN20050004 ® o
0.5 |0/-0.010/ 0.05 |0/-0.010 4 0.7 6 0.45 50 2 6.29 6.49 6.7 6.9 7.31 | MEXLN20050006 ® g
0.5 [0/-0.010/ 0.1 0/-0.010 4 0.7 2 0.45 50 2 2.16 2.22 2.29 2.36 2.49 | MEXLN20050102 [ ] 2
0.5 1(0/-0.010/ 0.1 0/-0.010 4 0.7 4 0.45 50 2 4.22 4.36 4.49 4.63 4.89 | MEXLN20050104 [ ) ué
0.5 1[0/-0.010/ 0.1 0/-0.010 4 0.7 6 0.45 50 2 6.29 6.49 6.69 6.89 7.3 MEXLN20050106 ® :.:
0.6 |0/-0.010/ 0.1 0/-0.010 4 0.9 2 0.55 50 2 2.16 2.22 2.29 2.36 2.49 | MEXLN20060102 ® =
0.6 |0/-0.010/ 0.1 0/-0.010 4 0.9 4 0.55 50 2 4.22 4.36 4.49 4,63 4.89 | MEXLN20060104 [ ]
0.6 |0/-0.010/ 0.1 0/-0.010 4 0.9 6 0.55 50 2 6.29 6.49 6.69 6.89 7.3 MEXLN20060106 [ )
0.7 10/-0.010/ 0.1 0/-0.010 4 1 4 0.65 50 2 4.22 4.36 4.49 4.63 4.89 | MEXLN20070104 [ ) @
0.7 |0/-0.010/ 0.1 0/-0.010 4 1 6 0.65 50 2 6.29 6.49 6.69 6.89 7.3 MEXLN20070106 [ ] %
0.8 |0/-0.010/ 0.05 0/-0.010 4 1.2 4 0.75 50 2 422 4.36 45 4,63 49 MEXLN20080004 ® 5
0.8 0/-0.010/ 0.05 0/-0.010 4 1.2 6 0.75 50 2 6.29 6.49 6.7 6.9 7.31 MEXLN20080006 [ ) g
0.8 0/-0.010/ 0.05 0/-0.010 4 1.2 8 0.75 50 2 8.36 8.63 8.9 9.17 9.71 MEXLN20080008 ® j
0.8 |0/-0.010/ 0.1 0/-0.010 4 1.2 4 0.75 50 2 4.22 4.36 4.49 4.63 4.89 | MEXLN20080104 ®
0.8 |0/-0.010/ 0.1 |0/-0.010 4 1.2 6 0.75 50 2 6.29 6.49 6.69 6.89 7.3 MEXLN20080106 [ ]
0.8 |0/-0.010/ 0.1 0/-0.010 4 1.2 8 0.75 50 2 8.36 8.63 8.89 9.16 9.7 MEXLN20080108 ®
0.9 1(0/-0.010/ 0.1 0/-0.010 4 14 8 0.85 50 2 8.36 8.63 8.89 9.16 9.7 MEXLN20090108 [ )
0.9 |0/-0.010/ 0.1 0/-0.010 4 14 15 0.85 50 2 15.59 16.1 16.6 17.11 18.12 | MEXLN20090115 ®
1 0/-0.015 0.1 0/-0.010 4 15 4 0.95 50 2 4.32 4.46 4.59 473 5.01 | MEXLN20100104 [ ]
1 0/-0.015 0.1 0/-0.010 4 15 6 0.95 50 2 6.39 6.59 6.8 7 7.41 MEXLN20100106 [ )
1 0/-0.015 0.1 0/-0.010 4 15 8 0.95 50 2 8.45 8.73 9 9.27 9.81 MEXLN20100108 [ )
1 0/-0.015/ 041 0/-0.010 4 15 10 0.95 50 2 10.52 10.86 1.2 11.54 | 12.22 | MEXLN20100110 [ )
1 0/-0.015/ 041 0/-0.010 4 15 12 0.95 50 2 12.59 12.99 13.4 13.81 14.62 | MEXLN20100112 [ ]
1 0/-0.015 0.1 0/-0.010 4 15 16 0.95 50 2 16.72 17.26 17.8 18.35 19.43 | MEXLN20100116 ®
1 0/-0.015 0.1 0/-0.010 4 15 20 0.95 50 2 20.86 | 21.563 | 22.21 22.88 | 24.24 | MEXLN20100120 [ )
1 0/-0.015| 0.2 |0/-0.010 4 15 4 0.95 50 2 4.32 4.45 4.58 4.72 499 | MEXLN20100204 [ )
1 0/-0.015| 0.2 |0/-0.010 4 15 6 0.95 50 2 6.38 6.58 6.79 6.99 7.39 | MEXLN20100206 [ )
1 0/-0.015 0.2 1 0/-0.010 4 15 8 0.95 50 2 8.45 8.72 8.99 9.26 9.79 | MEXLN20100208 [ )
1 0/-0.015 0.2 0/-0.010 4 15 10 0.95 50 2 10.52 10.85 | 11.19 | 11.52 12.2 | MEXLN20100210 [ )

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

MEXLN2R =~ * -
e
apmx| ! |
LU
 Cylindrical shank LF
o 2 flutes
 Extended and reduced neck T
© Corner radius lLU
g a
g *
w
2 NMG 77
S| oo |mex| e | 2 || || LA || 6P
- ORA FHA 40°| |RADIUS | | ZEFP 2| EMIGIF
DC | DCtol. | RE | REtol. DCON | APMX LU DN LF ZEFP u::lilo’ nl;l:O u=l1-l°130’ ul;l;o nl;l;o EDP no. Stock
1 0/-0.015/ 0.2 0/-0.0100 4 15 12 0.95 50 2 1258 | 1299 | 13.39 | 1379 = 14.6 | MEXLN20100212 ®
o 1 0/-0.015/ 0.2 0/-0.0100 4 15 16 0.95 50 2 16.72 | 17.26 | 17.79 | 18.33 = 19.41 | MEXLN20100216 [ ]
g 1 0/-0.015 0.2 0/-0.010 4 15 20 0.95 50 2 20.85 | 2153 | 222 | 2287 @ 24.22 | MEXLN20100220 [ ]
2 1 0/-0.015/ 0.3 0/-0.0100 4 15 6 0.95 50 2 6.38 6.58 6.78 6.97 7.37 | MEXLN20100306 ®
- 1 0/-0.015/ 0.3 0/-0.0100 4 15 10 0.95 50 2 10.561 | 10.85 | 11.18 | 11.51 | 12.18 | MEXLN20100310 [ ]
a 1 0/-0.015/ 0.3 0/-0.0100 4 15 16 0.95 50 2 16.72 | 17.25 | 17.78 | 18.32 | 19.39 | MEXLN20100316 [ ]
1 0/-0.015 0.3 0/-0.010 4 15 20 0.95 50 2 20.85 | 2152 | 2219 | 2286 = 24.2 | MEXLN20100320 [ ]
12 |0/-0015/ 0.1 |0/-0.010 4 1.8 6 1.15 50 2 6.39 6.59 6.8 7 7.41 | MEXLN20120106 [ ]
<] 12 |0/-0015/ 0.1 0/-0.010 4 1.8 8 1.15 50 2 8.45 8.73 9 9.27 9.81 | MEXLN20120108 ®
E' 12 0/-0.015/ 0.1 0/-0.010] 4 1.8 10 1.15 50 2 1052 | 1086 | 112 | 11.54 1222 | MEXLN20120110 ®
% 12 10/-0015/ 0.1 0/-0.010 4 1.8 12 1.15 50 2 1259 | 1299 | 134 | 1381 | 14.62 | MEXLN20120112 [ ]
§ 14 10/-0015/ 0.1 0/-0.010 4 2.1 6 1.35 50 2 6.39 6.59 6.8 7 7.41 | MEXLN20140106 ®
= 14 10/-0015/ 0.1 0/-0.010 4 21 8 1.35 50 2 8.45 8.73 9 9.27 9.81 | MEXLN20140108 ®
z 14 10/-0015/ 0.1 0/-0.010 4 2.1 10 1.35 50 2 1052 | 10.86 | 112 | 1154 | 1222 | MEXLN20140110 [ ]
14 10/-0015/ 0.1 0/-0.010 4 2.1 12 1.35 50 2 1259 | 1299 | 134 | 1381 | 1462 | MEXLN20140112 ®
14 10/-0015/ 0.1 0/-0.010 4 21 16 1.35 50 2 16.72 | 17.26 | 17.8 | 1835 19.43 | MEXLN20140116 [ ]
. 15 10/-0.015/ 0.1 0/-0.010 4 2.3 4 1.45 50 2 4.32 4.46 4.59 4.73 5.01 | MEXLN20150104 [ ]
g 15 10/-0.015/ 0.1 0/-0.010 4 2.3 8 1.45 50 2 8.45 8.73 9 9.27 9.81 | MEXLN20150108 O]
= 15 10/-0015/ 0.1 0/-0.010 4 2.3 12 1.45 50 2 1259 | 1299 | 134 | 1381 | 1462 | MEXLN20150112 [ ]
ué 15 10/-0015/ 0.1 0/-0.010 4 2.3 16 1.45 50 2 16.72 | 17.26 | 17.8 | 1835 19.43 | MEXLN20150116 [ ]
- 15 10/-0.015/ 0.1 0/-0.010 4 2.3 20 1.45 60 2 20.86 | 2153 | 22.21 | 22.88 = 24.24 | MEXLN20150120 ®
- 15 ]0/-0.015/ 02 0/-0.010 4 2.3 8 1.45 50 2 8.45 8.72 8.99 9.26 9.79 | MEXLN20150208 [ ]
15 |0/-0015/ 02 0/-0.010 4 2.3 10 145 50 2 1052 | 10.85 | 1119 | 1152 | 122 | MEXLN20150210 [ ]
15 10/-0015] 02 0/-0.010 4 2.3 12 1.45 50 2 1258 | 1299 | 1339 | 1379 = 146 | MEXLN20150212 [ ]
@ 15 10/-0.015) 02 |0/-0.010 4 2.3 16 1.45 50 2 16.72 | 17.26 | 17.79 | 1833 = 19.41 | MEXLN20150216 [ ]
% 15 10/-0015/ 02 0/-0.010 4 2.3 20 1.45 60 2 20.85 | 2153 | 222 | 2287 @ 24.22 | MEXLN20150220 °
= 15 10/-0015/ 03 0/-0.010 4 2.3 8 1.45 50 2 8.45 8.71 8.98 9.24 9.77 | MEXLN20150308 [ ]
g 15 ]0/-0015] 03 |0/-0.010 4 2.3 16 1.45 50 2 16.72 | 17.25 | 17.78 | 18.32  19.39 | MEXLN20150316 [ ]
j 15 ]0/-0.015/ 03 |0/-0.010 4 2.3 20 1.45 60 2 20.85 | 2152 | 2219 | 2286 = 24.2 | MEXLN20150320 [ ]
16 |0/-0.015/ 0.1 0/-0.010 4 2.4 8 1.55 50 2 8.45 8.73 9 9.27 9.81 | MEXLN20160108 [ ]
16 |0/-0015/ 0.1 0/-0.010 4 2.4 12 1.55 50 2 1259 | 1299 | 134 | 1381 | 14.62 A MEXLN20160112 [
16 |0/-0015/ 0.1 0/-0.010 4 2.4 16 1.55 50 2 16.72 | 17.26 | 17.8 | 1835 19.43 | MEXLN20160116 ®
18 |0/-0.015/ 02 |0/-0.010 4 2.7 8 175 50 2 8.45 8.72 8.99 9.26 9.79 | MEXLN20180208 [ ]
18 |0/-0.015/ 02 |0/-0.010 4 2.7 12 175 50 2 12,58 | 1299 | 13.39 | 1379 = 14.6 | MEXLN20180212 ®
18 |0/-0015/ 02 0/-0.010 4 2.7 16 175 50 2 16.72 | 17.26 | 17.79 | 1833 | 19.41 | MEXLN20180216 [ ]
2 0/-0015 02 |0/-0.010 4 3 6 1.95 50 2 6.38 6.58 6.79 6.99 7.39 | MEXLN20200206 [ ]
2 0/-0015 02 |0/-0.010 4 3 8 1.95 50 2 8.45 8.72 8.99 9.26 9.79 | MEXLN20200208 [ ]
2 0/-0.015 02 |0/-0.010 4 3 10 1.95 50 2 1052 | 10.85 | 11.19 | 11.52 = 122 | MEXLN20200210 [ ]
2 0/-0.015 02 |0/-0.010 4 3 12 1.95 50 2 12,58 | 1299 | 13.39 | 1379 = 14.6 | MEXLN20200212 [
2 0/-0015 02 |0/-0.010 4 3 14 1.95 50 2 14.65 | 15612 | 15659 | 16.06 = 17.01 | MEXLN20200214 ®
2 0/-0015 02 |0/-0.010 4 3 16 1.95 50 2 16.72 | 17.26 | 17.79 | 18.33 = 19.41 | MEXLN20200216 [ ]
2 0/-0.015 02 |0/-0.010 4 3 20 1.95 60 2 20.85 | 2153 | 222 | 2287 - MEXLN20200220 [ ]
2 0/-0.015 02 |0/-0.010 4 3 25 1.95 75 2 26.02 | 26.86 | 27.7 | 2854 - MEXLN20200225 [ ]
2 0/-0015 02 |0/-0.010 4 3 30 1.95 75 2 3119 | 322 | 3321 - - MEXLN20200230 [ ]
2 0/-0015 05 |0/-0.010 4 3 6 1.95 50 2 6.37 6.56 6.75 6.95 7.33 | MEXLN20200506 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

MEXLN2R =~ * -
e
apv| ! | =
LU (=]
 Cylindrical shank LF (77]
o 2 flutes
 Extended and reduced neck T
© Corner radius lLU
: 3
* * * g
w
NMG 55 v M g@ 2
‘m"n'f MEX| Erg | nire Vi g
ORA FHA 40°| |RADIUS | | ZEFP 2| EMIGIF -
DC | DCtol. | RE | REtol. DCON | APMX LU DN LF ZEFP n::lijo’ nl;l:c u=l1-l°130’ ul;go nl;l;o EDP no. Stock
2 0/-0.015 05 |0/-0.010 4 3 8 1.95 50 2 8.44 8.7 8.96 9.22 9.73 | MEXLN20200508 [ ]
2 0/-0015 05 [0/-0.010 4 3 12 1.95 50 2 12,57 | 1297 | 13.36 | 13.75 = 14.54 | MEXLN20200512 [ ] o~
2 0/-0015 05 |0/-0.010 4 3 16 1.95 50 2 16.71 | 17.24 | 17.76 | 1829 = 19.35 | MEXLN20200516 [ ] %
2 0/-0015 05 |0/-0.010 4 3 20 1.95 60 2 20.84 | 2151 | 2217 | 22.83 - MEXLN20200520 [ ] ;
2 0/-0015 05 |0/-0.010 4 3 25 1.95 75 2 26.01 | 26.84 | 27.67 | 285 - MEXLN20200525 [ ] -
2 0/-0015 05 |0/-0.010 4 3 30 1.95 75 2 3118 | 3218 | 33.18 - - MEXLN20200530 [ ] a
25 10/-0.020/ 03 |0/-0.015 4 37 8 2.4 50 2 8.45 8.71 8.98 9.24 9.77 | MEXLN20250308 ®
25 10/-0.020/ 03 |0/-0.015 4 37 12 2.4 50 2 12,58 | 1298 | 13.38 | 13.78 = 14.58 | MEXLN20250312 ®
25 10/-0.020 03 |0/-0.015 4 37 16 2.4 50 2 16.72 | 17.25 | 17.78 | 18.32 - MEXLN20250316 [ ] ]
25 10/-0.020f 0.3 0/-0.015 4 37 20 2.4 60 2 20.85 | 2152 | 22.19 - - MEXLN20250320 O] El
25 10/-0.020 03 |0/-0.015 4 37 25 2.4 60 2 26.02 | 2686 27.69 - - MEXLN20250325 ® %
25 10/-0.020 03 |0/-0.015 4 37 30 2.4 75 2 3119 | 3219 = - - MEXLN20250330 ® §
25 10/-0.020 05 |0/-0.015 4 37 8 2.4 50 2 8.44 8.7 8.96 9.22 9.73 | MEXLN20250508 [ ] =
25 10/-0.020f 05 0/-0.015 4 37 12 2.4 50 2 12,57 | 1297 | 13.36 | 13.75 = 14.54 | MEXLN20250512 [ ] c_',,
25 10/-0.020/ 05 |0/-0.015 4 37 16 2.4 50 2 16.71 | 17.24 | 17.76 | 18.29 - MEXLN20250516 [ ]
25 10/-0.020 05 |0/-0.015 4 37 20 2.4 60 2 20.84 | 2151 | 2217 - - MEXLN20250520 [ ]
25 10/-0.020 05 |0/-0.015 4 37 25 2.4 60 2 26.01 | 26.84 27.67 - - MEXLN20250525 ® o~
25 10/-0.020/ 05 |0/-0.015 4 37 30 2.4 75 2 3118 | 32.18 - - - MEXLN20250530 O] g
3 0/-0.025 0.2 |0/-0.015 6 45 10 2.85 50 2 1071 | 11.05 | 11.39 | 11.74 = 12.42 | MEXLN20300210 ® 2
3 0/-0025 02 |0/-0.015| 6 45 12 2.85 50 2 12.78 | 1319 | 136 14 14.82 | MEXLN20300212 ® ué
3 0/-0.025 02 |0/-0.015] 6 45 16 2.85 60 2 16.91 | 17.46 18 18.54 | 19.63 | MEXLN20300216 [ ] b
3 0/-0.025 02 |0/-0.015 6 45 20 2.85 60 2 21.05 | 21.72 | 224 | 23.08 @ 24.44 | MEXLN20300220 ® -
3 10/-0025 02 |0/-0.015 6 45 25 2.85 75 2 26.21 | 27.06 | 27.91 | 2875 30.45 | MEXLN20300225 [ ]
3 0/-0025 03 |0/-0.015] 6 45 10 2.85 50 2 1071 | 11.04 | 11.38 | 11.72 = 124 | MEXLN20300310 [ ]
3 0/-0.025 03 |0/-0.015] 6 45 12 2.85 50 2 12,77 | 1318 | 1359 | 1399 = 14.8 | MEXLN20300312 [ ] @
3 0/-0.025 03 |0/-0.015 6 45 16 2.85 60 2 16.91 | 17.45 | 17.99 | 1853 @ 19.61 | MEXLN20300316 ° %
3 10/-0025 03 |0/-0.015 6 45 20 2.85 60 2 21.04 | 21.72 | 22.39 | 2307 @ 24.42 | MEXLN20300320 [ ] a
3 0/-0025 03 |0/-0.015 6 45 25 2.85 75 2 26.21 | 27.05 | 279 | 2874 3043 | MEXLN20300325 [ ] g
3 0/-0.025 05 |0/-0.015] 6 45 10 2.85 50 2 107 | 11.03 | 11.36 | 11.7 | 12.36  MEXLN20300510 [ ] j
3 0/-0.025 05 |0/-0.015 6 45 12 2.85 50 2 12.77 | 1317 | 1357 | 1396 = 14.76 | MEXLN20300512 [ ]
3 100025 05 |0/-0.015 6 45 16 2.85 60 2 169 | 17.44 | 1797 | 185 | 19.57  MEXLN20300516 [ ]
3 0/-0025 05 |0/-0.015] 6 45 20 2.85 60 2 21.04 | 217 | 2237 | 23.04 24.38 | MEXLN20300520 [ ]
3 0/-0.025 05 |0/-0.015| 6 45 25 2.85 75 2 26.2 | 27.04 | 27.88 | 28.71 | 30.39 A MEXLN20300525 [ ]
4 0/-0.025 03 |0/-0.015| 6 45 10 3.85 60 2 109 | 1124 | 1159 | 11.93 | 12.62  MEXLN20400310 ®
4 10/-0025 03 |0/-0.015 6 45 15 3.85 60 2 16.07 | 16.58 | 17.09 | 17.61 = 18.63 | MEXLN20400315 ®
4 0/-0025 03 |0/-0.015 6 45 20 3.85 60 2 2124 | 2192 | 226 | 2328 - MEXLN20400320 [ ]
4 0/-0025 03 |0/-0.015| 6 45 25 3.85 75 2 264 | 2725 | 281 | 2895 - MEXLN20400325 [ ]
4 0/-0.025 03 |0/-0.015 6 45 30 3.85 75 2 31.57 | 3259 | 33.61 - - MEXLN20400330 [ ]
4 100025 03 |0/-0.015 6 45 40 3.85 75 2 4191 | 43.26 - - - MEXLN20400340 [ ]
4 0/-0025 05 |0/-0.015 6 45 10 3.85 60 2 10.89 | 11.23 | 11.57 | 11.91 1258 | MEXLN20400510 ®
4 0/-0025 05 |0/-0.015| 6 45 15 3.85 60 2 16.06 | 16.57 | 17.07 | 17.58 @ 18.59 | MEXLN20400515 [ ]
4 0/-0.025 05 |0/-0.015| 6 45 20 3.85 60 2 2123 | 219 | 2258 | 23.25 - MEXLN20400520 [ ]
4 10/-0025/ 05 [0/-0.015 6 45 25 3.85 75 2 264 | 27.24 | 28.08 @ 28.92 - MEXLN20400525 [ ]
4 0/-0025 05 |0/-0.015] 6 45 30 3.85 75 2 3157 | 3258 | 3359 - - MEXLN20400530 [ ]
4 0/-0025 05 |0/-0.015] 6 45 40 3.85 75 2 419 | 4325 - - - MEXLN20400540 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEXLN2R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SQUARE RIB

weaer DERDEE 02BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.02 0.004 0.004 0.003 0.003
03 <8D 0.01 0.004 0.003 0.003 0.003
<10D | 0.01 0.003 0.003 0.003 0.002
<12D | 0.01 0.003 0.003 0.002 0.002
<6D 0.02 0.006 0.005 0.005 0.004
04 <8D 0.02 0.005 0.005 0.004 0.004
’ <10D | 0.01 0.005 0.004 0.004 0.003
<120 | 0.01 0.004 0.004 0.003 0.003
<6D 0.03 0.007 0.006 0.006 0.005
05 <8D 0.02 0.006 0.006 0.005 0.004
<10D | 0.02 0.006 0.005 0.004 0.004
<120 | 0.01 0.005 0.004 0.004 0.003
<6D 0.03 0.008 0.007 0.006 0.006
06 <8D 0.03 0.007 0.006 0.006 0.005
<10D | 0.02 0.006 0.006 0.005 0.004
<12D | 0.02 0.006 0.005 0.004 0.004
<6D 0.04 0.010 0.009 0.008 0.007
08 <8D 0.03 0.009 0.008 0.007 0.006
’ <10D | 0.03 0.008 0.007 0.006 0.006
<120 | 0.02 0.007 0.006 0.006 0.005
<6D 0.05 0.012 0.011 0.010 0.008
1 <8D 0.04 0.011 0.010 0.009 0.008
<10D | 0.04 0.010 0.009 0.008 0.007
<120 | 0.03 0.008 0.008 0.007 0.006
<6D 0.06 0.022 0.020 0.018 0.015
12 <8D 0.05 0.020 0.018 0.016 0.014
<10D | 0.04 0.018 0.016 0.014 0.012
<12D | 0.03 0.015 0.014 0.012 0.011
<6D 0.07 0.024 0.022 0.019 0.017
<8D 0.06 0.022 0.019 0.017 0.015
14 <10D | 0.05 0.019 0.017 0.015 0.013
<120 | 0.04 0.017 0.015 0.013 0.012
<150 | 0.03 0.014 0.013 0.012 0.010
>15D | 0.02 0.012 0.011 0.010 0.008
<6D 0.08 0.025 0.023 0.020 0.018
<8D 0.06 0.023 0.020 0.018 0.016
15 <10D | 0.05 0.020 0.018 0.016 0.014
<120 | 0.04 0.018 0.016 0.014 0.012
<150 | 0.03 0.015 0.014 0.012 0.011
>15D | 0.02 0.013 0.011 0.010 0.009
<6D 0.08 0.026 0.023 0.021 0.018
<8D 0.07 0.023 0.021 0.019 0.016
16 <10D | 0.06 0.021 0.019 0.017 0.015
<120 | 0.04 0.018 0.016 0.015 0.013
<150 | 0.04 0.016 0.014 0.012 0.011
>15D | 0.02 0.013 0.012 0.010 0.009
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MEX (30+55HRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MEXLN2R
weaer DERDEE 020 BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC LU ap fz fz fz fz

(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1.8 <6D 0.09 0.028 0.025 0.022 0.020
<8D 0.08 0.025 0.023 0.020 0.018

<10D | 0.06 0.022 0.020 0.018 0.016

<12D | 0.05 0.020 0.018 0.016 0.014

<150 | 0.04 0.017 0.015 0.013 0.012

>15D | 0.03 0.014 0.013 0.011 0.010

2 <6D 0.10 0.030 0.027 0.024 0.021
<8D 0.09 0.027 0.024 0.022 0.019

<10D | 0.07 0.024 0.022 0.019 0.017

<12D | 0.06 0.021 0.019 0.017 0.015

<150 | 0.05 0.018 0.016 0.014 0.013

SQUARE RIB >15D | 0.03 0.018 0.016 0.014 0.013
2.5 <6D 0.13 0.035 0.032 0.028 0.025
<8D 0.1 0.032 0.028 0.025 0.022

<10D | 0.09 0.028 0.025 0.022 0.020

<120 | 0.07 0.025 0.022 0.020 0.017

<150 | 0.06 0.021 0.019 0.017 0.015

>15D | 0.04 0.021 0.019 0.017 0.015

3 <6D 0.15 0.040 0.036 0.032 0.028
<8D 0.13 0.036 0.032 0.029 0.025

<10D | 0.1 0.032 0.029 0.026 0.022

<12D | 0.08 0.028 0.025 0.022 0.020

<150 | 0.07 0.024 0.022 0.019 0.017

>15D | 0.05 0.024 0.022 0.019 0.017

4 <6D 0.20 0.050 0.045 0.040 0.035
<8D 0.17 0.045 0.041 0.036 0.032

<10D | 0.14 0.040 0.036 0.032 0.028

<120 | 0.M 0.035 0.032 0.028 0.025

<150 | 0.09 0.030 0.027 0.024 0.021

>15D | 0.06 0.030 0.027 0.024 0.021
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE
N
 Cylindrical shank y 1
DC DCON
o 2 flutes L % Hi (h6)
e Long ‘M | ‘
) LF
© Corner radius
w
o |
< *
[=]
w
2 NMG - %b
OSAWA <
% NORM MEX ND HRC
] ORA FHA 40°| |RADIUS| | ZEFP 2
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 0/-0.015 0.3 0/-0.010 6 h6 4 75 2 MEXLS2R03020 ®
o 3 0/-0.020 0.3 0/-0.015 6 h6 5 75 2 MEXLS2R03030 O]
)
= 3 0/-0.020 0.5 0/-0.015 6 h6 5 75 2 MEXLS2R05030 [
; 4 0/-0.020 0.3 0/-0.015 6 h6 8 75 2 MEXLS2R03040 [
- 4 0/-0.020 0.5 0/-0.015 6 h6 8 75 2 MEXLS2R05040 ®
5 0/-0.020 0.3 0/-0.015 6 h6 9 75 2 MEXLS2R03050 [ ]
5 0/-0.020 0.5 0/-0.015 6 h6 9 75 2 MEXLS2R05050 ®
6 0/-0.020 0.3 0/-0.015 6 h6 10 75 2 MEXLS2R03060 ®
<] 6 0/-0.020 0.5 0/-0.015 6 h6 10 75 2 MEXLS2R05060 )
-
= 6 0/-0.020 1 0/-0.015 6 h6 10 75 2 MEXLS2R10060 ®
% 8 0/-0.020 0.3 0/-0.015 8 h6 12 75 2 MEXLS2R03080 [
§ 8 0/-0.020 0.5 0/-0.015 8 h6 12 75 2 MEXLS2R05080 [
g 8 0/-0.020 1 0/-0.015 8 h6 12 75 2 MEXLS2R10080 ®
= 10 0/-0.020 0.5 0/-0.020 10 h6 14 100 2 MEXLS2R05100 [ ]
10 0/-0.020 1 0/-0.020 10 h6 14 100 2 MEXLS2R10100 ®
12 0/-0.020 0.5 0/-0.020 12 h6 16 100 2 MEXLS2R05120 [
. 12 0/-0.020 1 0/-0.020 12 h6 16 100 2 MEXLS2R10120 [
g 16 0/-0.020 0.5 0/-0.020 16 h6 22 125 2 MEXLS2R05160 [ ]
= 16 0/-0.020 1 0/-0.020 16 h6 22 125 2 MEXLS2R10160 [
w
£ * 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
x
[%2}
occ
[+
=2
[==]
w
=]
[=a]
occ
3
4
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEXLS2R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SLOTTING

Material Group
1S0513 BEEEAR BEER (po J e &1 B3 3
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.3DxD 0.3DxD 0.2DxD 0.05D xD
V¢ (m/min) 70+110 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 0.005 0.005 0.004 0.004
3 0.006 0.005 0.005 0.004
4 0.009 0.008 0.007 0.006
5 0.012 0.011 0.010 0.008
6 0.018 0.016 0.014 0.013
8 0.024 0.022 0.019 0.017
10 0.029 0.026 0.023 0.020
12 0.035 0.032 0.028 0.025

<D3mm:ap=0.4mm
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

A\ -
2 § i DCON
 Cylindrical shank be [— —1 (h6)
* 4flutes ‘ APMX_| LF ‘
 Corner radius
3
g *
&
S| lmex| e | = || V) kg
:-: ORA FHA 40°| |RADIUS| |ZEFP 4 | KA
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.015 0.2 0/-0.010 4 h6 3 50 4 MEXCS4R01002 [ ]
o 15 0/-0.015 0.2 0/-0.010 4 h6 45 50 4 MEXCS4R01502 [
g 2 0/-0.015 0.2 0/-0.010 4 h6 6.5 50 4 MEXCS4R02002 [ ]
2 2 0/-0.015 0.3 0/-0.010 4 h6 6.5 50 4 MEXCS4R02003 [ ]
- 2.5 0/-0.020 0.2 0/-0.015 4 h6 6.5 50 4 MEXCS4R02502 [ ]
a 25 0/-0.020 0.5 0/-0.015 4 h6 6.5 50 4 MEXCS4R02505 [ ]
3 0/-0.020 0.2 0/-0.015 4 h6 9 50 4 MEXCS4R03002 [ ]
3 0/-0.020 0.3 0/-0.015 4 h6 9 50 4 MEXCS4R03003 [ ]
<) 3 0/-0.020 0.5 0/-0.015 4 h6 9 50 4 MEXCS4R03005 [ ]
E' 4 0/-0.020 0.3 0/-0.015 4 h6 12 50 4 MEXCS4R04003 [ ]
% 4 0/-0.020 0.5 0/-0.015 4 h6 12 50 4 MEXCS4R04005 [ ]
a8 4 0/-0.020 1 0/-0.015 4 h6 12 50 4 MEXCS4R04010 [ ]
E 5 0/-0.020 0.3 0/-0.015 5 h6 15 50 4 MEXCS4R05003 [ ]
z 5 0/-0.020 0.5 0/-0.015 5 h6 15 50 4 MEXCS4R05005 [ ]
5 0/-0.020 1 0/-0.015 5 h6 15 50 4 MEXCS4R05010 [ ]
6 0/-0.020 0.3 0/-0.015 6 h6 16 50 4 MEXCS4R06003 [ ]
- 6 0/-0.020 0.5 0/-0.015 6 h6 16 50 4 MEXCS4R06005 [ ]
g 6 0/-0.020 1 0/-0.015 6 h6 16 50 4 MEXCS4R06010 [ ]
= 8 0/-0.020 0.3 0/-0.015 8 h6 20 64 4 MEXCS4R08003 [ ]
u%J 8 0/-0.020 0.5 0/-0.015 8 h6 20 64 4 MEXCS4R08005 [ ]
- 8 0/-0.020 1 0/-0.015 8 h6 20 64 4 MEXCS4R08010 [ ]
- 8 0/-0.020 15 0/-0.015 8 h6 20 64 4 MEXCS4R08015 ®
8 0/-0.020 2 0/-0.015 8 h6 20 64 4 MEXCS4R08020 [ ]
10 0/-0.020 0.3 0/-0.020 10 h6 22 75 4 MEXCS4R10003 [ )
@ 10 0/-0.020 0.5 0/-0.020 10 h6 22 75 4 MEXCS4R10005 [ ]
% 10 0/-0.020 1 0/-0.020 10 h6 22 75 4 MEXCS4R10010 [ ]
= 10 0/-0.020 15 0/-0.020 10 h6 22 75 4 MEXCS4R10015 [
g 10 0/-0.020 2 0/-0.020 10 h6 22 75 4 MEXCS4R10020 [ ]
j 12 0/-0.020 0.3 0/-0.020 12 h6 25 75 4 MEXCS4R12003 [ ]
12 0/-0.020 0.5 0/-0.020 12 h6 25 75 4 MEXCS4R12005 [ ]
12 0/-0.020 1 0/-0.020 12 h6 25 75 4 MEXCS4R12010 [
12 0/-0.020 15 0/-0.020 12 h6 25 75 4 MEXCS4R12015 [ ]
12 0/-0.020 2 0/-0.020 12 h6 25 75 4 MEXCS4R12020 [ ]
12 0/-0.020 3 0/-0.020 12 h6 25 75 4 MEXCS4R12030 [ ]
14 0/-0.020 0.5 0/-0.020 14 h6 32 90 4 MEXCS4R14005 O]
14 0/-0.020 1 0/-0.020 14 h6 32 90 4 MEXCS4R14010 [ ]
14 0/-0.020 2 0/-0.020 14 h6 32 90 4 MEXCS4R14020 @®
16 0/-0.020 0.5 0/-0.020 16 h6 32 90 4 MEXCS4R16005 [ ]
16 0/-0.020 1 0/-0.020 16 h6 32 90 4 MEXCS4R16010 [
16 0/-0.020 2 0/-0.020 16 h6 32 90 4 MEXCS4R16020 [ ]
16 0/-0.020 3 0/-0.020 16 h6 32 90 4 MEXCS4R16030 ®
18 0/-0.020 0.5 0/-0.020 18 h6 38 100 4 MEXCS4R18005 )
18 0/-0.020 1 0/-0.020 18 h6 38 100 4 MEXCS4R18010 [
20 0/-0.020 0.5 0/-0.020 20 h6 38 100 4 MEXCS4R20005 [ ]
20 0/-0.020 1 0/-0.020 20 h6 38 100 4 MEXCS4R20010 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE
(=]
\>§ 5 ~ YDCON g
DC
 Cylindrical shank [— —1 (h6) @
o 4 flutes APMX_ ‘
LF
 Corner radius
A
* * * =
a
= a
OSAWA NMG <55 7 Z 2@ % 3
NORM MEX ND HRC /A £
ORA FHA 40°| |RADIUS| |ZEFP 4 | KA B
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
20 0/-0.020 2 0/-0.020 20 h6 38 100 4 MEXCS4R20020 [
20 0/-0.020 3 0/-0.020 20 h6 38 100 4 MEXCS4R20030 [ ] o
-
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion EI
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEXCS4R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

e DERDEE 020 BDERA o] x| [ &
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae Dx0.1D Dx0.1D D x 0.05D D x 0.05D
V¢ (m/min) 80+120 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.009 0.008 0.007 0.006
2 0.017 0.015 0.014 0.012
3 0.026 0.023 0.020 0.018
4 0.034 0.031 0.027 0.024
5 0.038 0.034 0.031 0.027
6 0.043 0.038 0.034 0.030
8 0.055 0.050 0.044 0.039
10 0.071 0.064 0.057 0.050
12 0.085 0.077 0.068 0.060
14 0.098 0.088 0.078 0.068
16 0.110 0.099 0.088 0.077
18 0.125 0.113 0.100 0.088
20 0.140 0.126 0.112 0.098
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
N ' _
« Cyiindrical shank DC[ @T—U =
o 4 flutes — —
® Short LU

© Corner radius

4l
* * * =
a
w
NMG 55 % =
OSAWA < 2
NORM MEX ND HRC S
OR? FHA 40°| |RADIUS | |ZEFP 4 | [ ;
= =
DC DC tol. RE RE tol. DCON | TCDCON | APMX L DN LF ZEFP EDP no. Stock
2 0/-0.012 0.2 +0.020 6 h6 25 5 19 50 4 MEX410R02020 °
25 0/-0.012 0.25 +0.020 6 h6 3 6 24 50 4 MEX410R025025 ° o~
-
3 0/-0.012 03 +0.020 6 h6 4 7 2.85 50 4 MEX410R03030 ° =
4 0/-0.012 05 +0.020 6 h6 5 9 3.85 50 4 MEX410R05040 ° ;
5 0/-0.015 05 +0.020 6 he 6 12 4.85 50 4 MEX410R05050 ° -
6 0/-0.015 05 +0.020 6 h6 7 14 5.8 60 4 MEX410R05060 °
8 0/-0.015 1 +0.020 8 h6 10 18 78 70 4 MEX410R10080 °
10 0/-0.015 1 +0.020 10 h6 12 25 9.8 75 4 MEX410R10100 °
12 0/-0.015 1 +0.020 12 he 15 30 11.8 80 4 MEX410R10120 °

* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEX410R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BEEEAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae Dx0.1D Dx0.1D D x 0.05D D x 0.05D
V¢ (m/min) 80+120 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 0.015 0.014 0.012 0.011
3 0.023 0.021 0.018 0.016
4 0.031 0.028 0.024 0.021
5 0.034 0.031 0.028 0.024
6 0.038 0.034 0.031 0.027
8 0.050 0.045 0.040 0.035
10 0.065 0.059 0.052 0.046
12 0.077 0.069 0.061 0.054
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
RE\ g
e Cylindrical shank . k/, * (7]
pDCl ¢ DCON
o 4 flutes L ) " i (h6)
o Long ‘ APMX_| ‘
i LF
© Corner radius
4
* * * =
a
w
NMG % g
OSAWA <55 a
NORM MEX ND HRC S
ORA FHA 40°| |RADIUS| |ZEFP 4 | BN \
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 0/-0.015 0.3 0/-0.010 6 h6 4 75 4 MEXLS4R03020 ®
3 0/-0.020 0.3 0/-0.015 6 h6 5 75 4 MEXLS4R03030 [ ] o~
-
3 0/-0.020 0.5 0/-0.015 6 h6 5 75 4 MEXLS4R05030 [ =
4 0/-0.020 0.3 0/-0.015 6 h6 8 75 4 MEXLS4R03040 [ ;
4 0/-0.020 0.5 0/-0.015 6 h6 8 75 4 MEXLS4R05040 ) f
5 0/-0.020 0.3 0/-0.015 6 h6 9 75 4 MEXLS4R03050 [ ]
5 0/-0.020 0.5 0/-0.015 6 h6 9 75 4 MEXLS4R05050 [
6 0/-0.020 0.3 0/-0.015 6 h6 10 75 4 MEXLS4R03060 [
6 0/-0.020 0.5 0/-0.015 6 h6 10 75 4 MEXLS4R05060 ) ]
'}
6 0/-0.020 1 0/-0.015 6 h6 10 75 4 MEXLS4R10060 [ ] =
8 0/-0.020 0.3 0/-0.015 8 h6 12 75 4 MEXLS4R03080 [ %
8 0/-0.020 0.5 0/-0.015 8 h6 12 75 4 MEXLS4R05080 [ §
8 0/-0.020 1 0/-0.015 8 h6 12 75 4 MEXLS4R10080 ) g
10 0/-0.020 0.5 0/-0.020 10 h6 14 100 4 MEXLS4R05100 O] =
10 0/-0.020 1 0/-0.020 10 h6 14 100 4 MEXLS4R10100 [
12 0/-0.020 0.5 0/-0.020 12 h6 16 100 4 MEXLS4R05120 [
12 0/-0.020 1 0/-0.020 12 h6 16 100 4 MEXLS4R10120 [ o~
16 0/-0.020 0.5 0/-0.020 16 h6 22 125 4 MEXLS4R05160 [ ] g
16 0/-0.020 1 0/-0.020 16 h6 22 125 4 MEXLS4R10160 [ 2
w
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion ﬁ
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEXLS4R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BRRRAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae Dx0.1D D x 0.05D D x 0.05D D x 0.05D
V¢ (m/min) 70+110 50+90 40+60 20+40
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 0.014 0.013 0.012 0.010
3 0.022 0.020 0.017 0.015
4 0.029 0.026 0.023 0.020
5 0.033 0.029 0.026 0.023
6 0.036 0.033 0.029 0.025
8 0.047 0.042 0.038 0.033
10 0.060 0.054 0.048 0.042
12 0.072 0.065 0.058 0.051
16 0.094 0.084 0.075 0.065
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS
o Cylindrical shank 7@ ‘ UiDCON
DC
o Muti flute L i (h6)

o Short ‘M\ t ‘
© Corner radius

4
* * * =
a
w
NMG 55 %@ =
OSAWA < )
NORM MEX ND HRC S
ORA FHA 45°| |RADIUS | |ZEFP 6| [ELIMIE .
= =

DC DC tol. RE RE tol. DCON | TCDCON | APMX ] DN LF ZEFP EDP no. Stock

6 0/-0.030 05 +0.020 6 h6 6 14 58 50 6 MEX610R05060 °

8 0/-0.030 05 +0.020 8 h6 8 24 7.8 60 6 MEX610R05080 ° o~
-
10 0/-0.030 1 +0.020 10 h6 10 30 9.8 70 6 MEX610R10100 ° =
12 0/-0.030 1 +0.020 12 h6 12 30 1.8 75 6 MEX610R10120 ° ;
==

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (B0+55HRC) and MH (30+70HRC) Corner radius

MEX610R

&

SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BEEEAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae Dx0.1D Dx0.1D D x 0.05D D x 0.05D
V¢ (m/min) 120+160 90+130 60+100 50+70
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.018 0.016 0.014 0.013
8 0.028 0.025 0.022 0.019
10 0.034 0.030 0.027 0.024
12 0.041 0.037 0.033 0.029
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MEX (30+55HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS
 Cylindrical shank DCIﬁ @ H*[ DCON
o Multi flute v _' (he)

o Long ‘ APMX_| ‘

/
SOLID

LF

© Corner radius

4l
* * * =
a
w
NMG 55 %@ =
OSAWA < 2
NORM MEX ND HRC S
OR? FHA 45°| |RADIUS| |ZEFP 6| [EL[MLY ;
= =
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

6 0/-0.030 05 +0.020 6 h6 15 90 6 MEX611R05060 °
8 0/-0.030 05 +0.020 8 h6 20 100 6 MEX611R05080 ° o~
-
10 0/-0.030 05 +0.020 10 h6 25 100 6 MEX611R05100 o =
10 0/-0.030 1 +0.020 10 h6 25 100 6 MEX611R10100 ° ;
12 0/-0.030 05 +0.020 12 h6 30 100 6 MEX611R05120 ° -

12 0/-0.030 1 +0.020 12 h6 30 100 6 MEX611R10120 °

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Corner radius

MEX611R

&

SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
150513 BRRRAR BER (po J e &1 £33
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 100+140 80+120 50+70 30+50
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.015 0.014 0.012 0.011
8 0.023 0.021 0.019 0.016
10 0.029 0.026 0.023 0.020
12 0.035 0.031 0.028 0.024
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE. g
 Cylindrical shank DCt @‘ H [ D(Chg)N »
o 2 flutes ball nose ‘/"f_MZ(‘ ‘
 Miniature LF

4
* * * Q—E‘
w
NMG | | 30:70 z
el i
FHA 30°| |BALLNOSE | |ZEFP2BALL -
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.2 0/-0.010 0.1 0/-0.010 4 h6 0.2 50 2 MHMB200204 [ ]
0.3 0/-0.010 0.15 0/-0.010 4 h6 0.3 50 2 MHMB200304 [ ] o~
0.4 0/-0.010 0.2 0/-0.010 4 h6 0.4 50 2 MHMB200404 [ ] %
0.5 0/-0.010 0.25 0/-0.010 4 h6 0.4 50 2 MHMB200504 [ ] ;
0.6 0/-0.010 0.3 0/-0.010 4 h6 0.5 50 2 MHMB200604 [ ] -
0.7 0/-0.010 0.35 0/-0.010 4 h6 0.6 50 2 MHMB200704 [} a
0.8 0/-0.010 0.4 0/-0.010 4 h6 0.6 50 2 MHMB200804 [ ]
0.9 0/-0.010 0.45 0/-0.010 4 h6 0.8 50 2 MHMB200904 [ ]
1 0/-0.015 0.5 0/-0.015 4 h6 0.8 50 2 MHMB201004 [ ]
15 0/-0.015 0.75 0/-0.015 4 h6 1.35 50 2 MHMB201504 o
2 0/-0.015 1 0/-0.015 4 h6 17 50 2 MHMB202004 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHMB204
Material Group
150513 BERERE EREEAE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
apx ae 0.05D x 0.1D 0.05D x 0.1D 0.05D x 0.1D 0.05D x 0.1D
V¢ (m/min) 80+120 60100 40+80 20+60
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.1 0.04 0.004 0.004 0.003 0.003
0.2 0.09 0.006 0.005 0.005 0.004
0.3 0.13 0.008 0.007 0.006 0.006
0.4 0.17 0.010 0.009 0.008 0.007
0.5 0.22 0.012 0.011 0.010 0.008
0.6 0.26 0.015 0.014 0.012 0.011
0.7 0.31 0.018 0.016 0.014 0.013
0.8 0.35 0.020 0.018 0.016 0.014
0.9 0.39 0.023 0.021 0.018 0.016
1 0.44 0.026 0.023 0.020 0.017
1.5 0.79 0.040 0.036 0.030 0.026
2 1.20 0.055 0.050 0.041 0.036
o n Vi
(rpm) (mm/min)
15° x1.1 x1.1
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE =
AN _ o
o Cylindrical shank pci m H [ DCON (7]
o 2 flutes ball nose o —t (ho)
o APMX|
e Miniature - LF
© 6 mm. shank
4
* * * =
a
w
=]
OSAWA| | nupy NMG | | 30:70 =
NORM MH COAT HRC S
FHA 30°| |BALLNOSE | |ZEFP2BALL |
= =
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.4 0/-0.010 0.2 0/-0.010 6 h6 0.4 50 2 MHMB200406 [ ]
0.5 0/-0.010 0.25 0/-0.010 6 h6 0.5 50 2 MHMB200506 [} o
-
0.6 0/-0.010 0.3 0/-0.010 6 h6 0.6 50 2 MHMB200606 [ ] é'
0.8 0/-0.010 0.4 0/-0.010 6 h6 0.8 50 2 MHMB200806 [ ] ;
==

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/ SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHMB206
Material Group
150513 BERERE EREEAE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
apx ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D

V¢ (m/min) 80+120 60100 40+80 20+60
g DC ap fz fz fz fz
g (mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
w 0.4 0.17 0.010 0.009 0.008 0.007
@ 0.5 0.22 0.012 0.011 0.010 0.008
3 0.6 0.26 0.015 0.014 0.012 0.011
£ 0.8 0.35 0.020 0.018 0.016 0.014

o n Vi
(rpm) (mm/min)

w
o 15° x 1.1 x1.1
[~ =
[=]
a
==
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

MHLNB2 "
)
apy ! | E
LU (=]
 Cylindrical shank LF »@
o 2 flutes ball nose _—
e Extended and reduced neck
LU
3 ‘
: 3
* * * g
a
s [==}
| | L
FHA 30°| |BALLNOSE | |ZEFP2BALL -
DC |DCtol. RE | REtol. DCON | APMX LU DN LF | ZEFP u:lsjw nl;l:° u='1'930, ul;g° nl;lIlP EDP no. Stock
02 |0/-0010/ 0.1 0/-0010 4 0.2 0.5 0.17 50 2 0.57 0.58 0.6 0.62 0.66 | MHLNB2002005 [ J
02 |0/-0010/ 0.1 0/-0010 4 0.2 1 0.17 50 2 1.08 112 115 119 1.27 | MHLNB200201 [ ] o
02 0-0010, 0.1 0-0010 4 0.2 15 0.17 50 2 16 1.65 171 176 1.89 | MHLNB2002015 ® %
03 |0/-0.010 0.15 |0/-0.010 4 0.3 1 0.27 50 2 1.08 1.11 115 1.18 1.26 | MHLNB200301 [ ;
03 |0/-0.010/ 0.15 0/-0.010 4 0.3 2 0.27 50 2 212 2.18 2.25 2.33 2.49 | MHLNB200302 [ ] -
0.3 00010/ 0.15 |0/-0.010/ 4 0.3 3 0.27 50 2 315 | 325 | 3.36 | 348 = 373 | MHLNB200303 ® a
0.4 0-0010, 02 0-0010 4 0.4 1 0.37 50 2 1.08 1.11 114 118 1.25 | MHLNB200401 [ ]
04 0/-0.010 0.2 |0/-0.010 4 0.4 2 0.37 50 2 211 218 2.25 2.32 2.48 | MHLNB200402 [
04 10/-0010/ 02 0/-0010 4 0.4 3 0.37 50 2 3.15 3.25 3.36 3.47 3.72 | MHLNB200403 [ ] «
0.4 0-0.010/ 02 |0/-0.010/ 4 0.4 4 0.37 50 2 418 | 432 | 446 | 462 | 495  MHLNB200404 ® s
0.4 0-0010, 02 0-0010 4 0.4 5 0.37 50 2 5.21 5.39 5.57 5.77 6.18 | MHLNB200405 ® %
05 10/-0.010 025 |0/-0010 4 0.4 2 0.45 50 2 215 2.22 2.29 2.36 2.52 | MHLNB200502 [ ] é
05 ]0/-0.010/ 0.25 0/-0.010 4 0.4 3 0.45 50 2 3.18 3.29 3.39 3.51 3.75 | MHLNB200503 [ ] =
0.5 |0-0.010/ 025 |0/-0.010/ 4 0.4 4 0.45 50 2 422 | 435 4.5 465 | 4.98 | MHLNB200504 ® c_',,
05 0/-0.010 025 |0/-0010 4 0.4 5 0.45 50 2 5.25 5.42 5.61 5.8 6.22 | MHLNB200505 ®
05 10/-0.010 025 |0/-0010 4 0.4 6 0.45 50 2 6.28 6.49 6.71 6.95 7.45 | MHLNB200506 [
05 0/-0.010 025 |0/-0010 4 0.4 8 0.45 50 2 8.35 8.63 8.93 9.24 9.92 | MHLNB200508 ® o
0.6 0-0.010/ 03 |0/-0.010/ 4 0.5 2 0.55 50 2 215 | 221 228 | 235 2.5 | MHLNB200602 ® g
06 0-0010, 03 0-0010 4 0.5 3 0.55 50 2 3.18 3.28 3.39 3.5 3.74 | MHLNB200603 ® 2
06 0-0010, 03 0-0010 4 05 4 0.55 50 2 4.22 4.35 4.49 4.65 4.97 | MHLNB200604 [ ué
06 0-0010, 03 0-0010 4 0.5 5 0.55 50 2 5.25 5.42 56 5.79 6.21 | MHLNB200605 ® b
0.6 0-0.010/ 03 |0/-0.010/ 4 0.5 6 0.55 50 2 628 | 649 | 671 | 694  7.44 | MHLNB200606 [ -
06 0-0010, 03 0-0010 4 0.5 8 0.55 50 2 8.35 8.63 8.92 9.23 9.91 | MHLNB200608 [
08 00010, 04 0-0010 4 0.6 2 0.75 50 2 215 2.21 2.27 2.34 2.48 | MHLNB200802 [ ]
08 00010, 04 0-0010 4 0.6 4 0.75 50 2 4.21 4.34 4.48 4.63 4.95 | MHLNB200804 [ ] @
0.8 0-0.010/ 04 |0/-0.010/ 4 0.6 5 0.75 50 2 525 | 5.41 559 | 578 | 6.18 | MHLNB200805 [} §
0.8 00010/ 04 |0/-0.010 4 0.6 6 0.75 50 2 6.28 | 6.48 6.7 6.93 | 7.42 | MHLNB200806 [J a
08 |0/-0.010 04 |0/-0.010 4 0.6 7 0.75 50 2 7.31 7.55 7.81 8.07 8.65 | MHLNB200807 [ g
08 |0/-0.010 04 |0/-0.010 4 0.6 8 0.75 50 2 8.35 8.62 8.91 9.22 9.88 | MHLNB200808 [ ] j
08 |0/-0010/ 04 0/-0010 4 0.6 10 0.75 50 2 1041 | 10.76 | 11.13 | 11.51 | 12.35 | MHLNB200810 [ ]
1 10/-0.015 05 |0/-0015 4 0.8 3 0.9 50 2 327 | 337 | 347 | 357 3.8 | MHLNB201003 ®
1 0/-0.015| 05 00015 4 0.8 4 09 50 2 4.31 4.44 4.58 4.72 5.04 | MHLNB201004 [ ]
1 0/-0.015| 05 0/-0015 4 0.8 5 0.9 50 2 5.34 5.51 5.68 5.87 6.27 | MHLNB201005 [ ]
1 0/-0.015/ 0.5 0/-0.015 4 0.8 6 0.9 50 2 6.37 6.58 6.79 7.02 7.5 | MHLNB201006 [ J
1 10/-0.015, 05 |0/-0015 4 0.8 7 0.9 50 2 7.4 7.64 79 816 | 874 | MHLNB201007 ®
1 0/-0.015/ 05 0/-0015 4 0.8 8 0.9 50 2 8.44 8.71 9 9.31 9.97 | MHLNB201008 [ ]
1 0/-0.015| 05 0/-0015 4 0.8 9 09 50 2 9.47 9.78 | 1011 | 1046 | 11.21 | MHLNB201009 ®
1 0/-0.015/ 0.5 0/-0.015 4 0.8 10 0.9 50 2 10.51 | 10.85 | 11.22 | 11.61 | 12.44 | MHLNB201010 [ ]
1 0/-0.015/ 05 00015 4 0.8 12 0.9 50 2 12,57 | 1299 | 1343 | 139 | 1491 | MHLNB201012 [ ]
1 0/-0.015| 05 00015 4 0.8 14 0.9 50 2 1464 1513 | 15.65 | 1619 | 17.37 | MHLNB201014 ®
1 0/-0.015/ 05 0/-0015 4 0.8 16 09 50 2 16.71 | 17.27 | 17.86 | 18.49 | 19.84 | MHLNB201016 [
1 0/-0.015/ 0.5 0/-0.015 4 0.8 20 0.9 60 2 20.84 | 2155 | 22.29 | 23.08 | 24.78 | MHLNB201020 [ ]
12 0/-0015 06 |0/-0.015 4 1 6 1.1 50 2 637 | 657 | 6.78 7 7.48 | MHLNB201206 ®
12 10-0015 06 0-0015 4 1 8 11 50 2 8.44 8.71 8.99 9.3 9.95 | MHLNB201208 ®
12 10-0015 06 0/-0015 4 1 10 11 50 2 105 | 10.85 | 11.21 | 11.59 | 12.42 | MHLNB201210 [

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS
MHLN B2 RE\ T
b
DCON

 Cylindrical shank
o 2 flutes ball nose
 Extended and reduced neck

Cg a
= *
[=}
w
=)
@ OSAWA| | nupy NMG | | 30:70 (Z )
S NORM MH COAT HRC
. FHA 30°| |BALLNOSE| |ZEFP2BALL
p= =
Lu L L Lu L
DC | DCtol. RE | REtol. DCON APMX | LU DN LF | ZEFP | “o0 ao1® as130 as2° | as3e EDP no. Stock
12 0/-0.015 06 |0/-0.015 1 12 1.1 50 1257 | 1298 | 1342 1389 | 14.88  MHLNB201212 ®
o 14 0/-0015 0.7 |0/-0.015 1.1 8 13 50 843 | 87 | 898 | 928 | 993 | MHLNB201408
)
2 14 0/-0015 07 |0/-0.015 1.1 12 13 50 1257 | 1298 | 1341 1387 | 14.86  MHLNB201412
; 14 0/-0015 07 |0/-0.015 1.1 16 13 50 167 | 17.26 | 17.84 | 18.46 | 19.8  MHLNB201416
p= =

15 ]0/-0.015 0.75 [0/-0.015
15 ]0/-0.015 0.75 |0/-0.015
15 10/-0.015/ 0.75 |0/-0.015
15 10/-0.015/ 0.75 |0/-0.015
15 ]0/-0.015 0.75 |0/-0.015
16 |0/-0.015 0.8 |0/-0.015
16 0/-0.015/ 08 |0/-0.015
16 0/-0.015/ 08 |0/-0.015
16 |0/-0.015 0.8 |0/-0.015
18 |0/-0.015 0.9 |0/-0.015
18 10/-0.015] 0.9 |0/-0.015
18 10/-0.015 0.9 |0/-0.015
18 00015/ 0.9 |0/-0.015

12 8 14 50
12 12 14 50
12 16 14 50
12 18 14 60
2.4 20 14 50
13 8 15 50
13 12 15 50
13 16 15 50
13 20 15 60
1.4 8 17 50
1.4 12 17 50
1.4 16 17 50
1.4 20 17 60

8.43 8.7 8.98 9.27 9.91 | MHLNB201508
12,57 | 1297 | 13.41 | 13.86 | 14.85 | MHLNB201512
167 | 17.25 | 17.84 | 18.45 | 19.78 | MHLNB201516
18.77 | 19.39 | 20.05 | 20.75 | 22.25 | MHLNB201518
20.84 | 2153 | 22.26 | 23.04 | 24.72 | MHLNB201520
8.43 8.69 8.97 9.27 9.9 | MHLNB201608
1256 | 1297 | 134 | 13.86 @ 14.84 | MHLNB201612
167 | 1725 | 17.83 | 18.45 | 19.77 | MHLNB201616
20.83 | 21.53 | 22.26 | 23.03 - MHLNB201620
8.43 8.69 8.96 9.25 9.88 | MHLNB201808
1256 | 1296 | 13.39 | 13.84 = 14.81 | MHLNB201812
167 | 17.24 | 17.82 | 18.43 | 19.75 | MHLNB201816
20.83 | 2152 | 22.25 | 23.02 - MHLNB201820

%)
-
=
=
=)
=
w
w
=
@
Z
S
|
=

%)
g 0/-0.015/ 1 0/-0.015 16 4 19 50 4.29 4.4 4.52 4.65 4.92 | MHLNB202004
2 0/-0.015 1 0/-0.015 1.6 6 19 50 6.36 6.54 6.74 6.94 7.39 | MHLNB202006
ugJ 0/-0.015 1 0/-0.015 16 8 19 50 8.42 8.68 8.95 9.24 9.86 | MHLNB202008
- 0/-0.015 1 0/-0.015 16 10 19 50 10.49 | 10.82 | 11.17 | 11.63 | 12.32 | MHLNB202010
- 0/-0.015/ 1 0/-0.015 16 12 19 50 12.56 | 1296 | 13.38 | 13.83 | 14.79 | MHLNB202012

0/-0.015/ 1 0/-0.015 1.6 14 19 50 1462 | 151 15,59 | 16.12 | 17.26 | MHLNB202014

0/-0.015 1 0/-0.015 16 16 19 50 16.69 | 17.23 | 17.81 | 18.42 | 19.73 | MHLNB202016
@ 0/-0.015 1 0/-0.015 16 18 19 60 18.76 | 19.37 | 20.02 | 20.71 - MHLNB202018
% 0/-0.015/ 1 0/-0.015 16 20 19 60 20.83 | 2151 | 22.24 23 - MHLNB202020
= 0/-0.015/ 1 0/-0.015 1.6 22 19 60 22.89 | 2365 | 2445 | 253 - MHLNB202022
g 0/-0.015 1 0/-0.015 16 25 19 75 2599 | 2686 | 27.77 | 28.74 - MHLNB202025
j 0/-0.015 1 0/-0.015 16 30 19 75 3116 | 32.21 | 33.31 MHLNB202030

8.6 8.84 9.1 9.37 9.96 | MHLNB203008
10.67 | 1098 | 11.32 | 11.67 | 12.43 | MHLNB203010
1273 | 1312 | 1353 | 13.96 | 149 | MHLNB203012
16.87 | 174 | 17.96 | 18.55 | 19.83 | MHLNB203016

21 21.68 | 22.39 | 23.14 | 24.77 | MHLNB203020

0/-0.020/ 1.5 0/-0.015
0/-0.020 1.5 0/-0.015
0/-0.020| 1.5 |0/-0.015
0/-0.020| 1.5 |0/-0.015
0/-0.020/ 1.5 0/-0.015

2.4 8 2.8 50
2.4 10 2.8 50
2.4 12 2.8 50
2.4 16 2.8 60
2.4 20 2.8 60

olololoo o olo oo o oo o o|oslsalsasalsalnlsnlsnlsssnlsnlalasslsslroslsalssslnss
RN RN R R N N R R R R N R R N N N R R R N N N R R N N N N R R AN R N R R R AR N SR RN R F SR N RN
ONN BN BN BN BN BN BN BIONK BN BN BN BE BN NN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BEONN BN BN BN NEONN BE BN BN BN REOREORK ]

A lEA A SIS S DS PR OO WOOWWOLOWLOININD NN NN NN NN NN N

0/-0.020 1.5 0/-0.015 2.4 25 2.8 75 2617 | 27.02 | 27.93 | 28.88 - MHLNB203025
0/-0.020| 15 0/-0.015 2.4 30 2.8 75 31.34 | 3237 | 3346 | 34.62 - MHLNB203030
0/-0.020/ 1.5 |0/-0.015 2.4 35 2.8 75 36.51 | 37.72 39 40.35 - MHLNB203035
0/-0.020, 2 0/-0.015 3.2 10 37 50 10.84 | 11.15 | 11.47 | 11.81 | 12.54 | MHLNB204010
0/-0.020, 2 0/-0.015 3.2 16 37 60 17.04 | 1756 | 18.11 | 18.69 | 19.94 | MHLNB204016
0/-0.020 2 |0/-0.015 3.2 20 37 60 2118 | 21.84 | 22.54 | 2328 - MHLNB204020
0/-0.020 2 |0/-0.015 3.2 25 37 75 26.35 | 27.19 | 28.08 | 29.02 - MHLNB204025
0/-0.020, 2 0/-0.015 3.2 30 37 75 31.561 | 32,53 | 33.61 - - MHLNB204030
0/-0.020, 2 0/-0.015 3.2 35 37 75 36.68 = 37.88 | 39.15 - - MHLNB204035
0/-0.020 2 |0/-0.015 3.2 40 37 100 4185 | 4323 - - - MHLNB204040
0/-0.020 2 |0/-0.015 3.2 45 37 100 47.02 | 4857 - - - MHLNB204045

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

J282 OSAWA | SORMA CUTTING SOLUTIONS



MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS
MHLN B2 RE\ T
b
DCON

>
2
SOLID

 Cylindrical shank
o 2 flutes ball nose o
 Extended and reduced neck

a ﬂ
* * * =
a
= a
=
NMG " ==}
S| | b vl | | Y
LI FHA 30°| |BALLNOSE | |ZEFP2BALL .
==
LU LU LU LU LU
DC | DC tol. RE REtol.  DCON A APMX LU DN LF ZEFP a=30 | a=1° a=1°30' a=2° @ q=3° EDP no. Stock
4 10/-00200 2 |0/-0.015 6 3.2 50 37 100 2 5219 | 53.92 - - - MHLNB204050 )

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion %]
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

MHLNB2

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

ROUND RIB

ST e ] o< | es | <2 < [ e e s fa s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae ap x0.2D ap x0.2D ap x0.2D ap x0.2D
V¢ (m/min) 140+160 110+130 80+100 50+70
DC | LU | ap |DC(eff) fz fz fz fz
(mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D | 0.01 | 0.09 0.008 0.007 0.006 0.006
0.2 <8D| 0.01 0.08 0.007 0.006 0.005 0.005
<10D| 0.01 | 0.07 0.006 0.005 0.004 0.004
<6D | 0.02 | 0.13 0.010 0.009 0.008 0.007
03 <8D| 001 012 0.009 0.007 0.006 0.006
<10D| 0.01 | 0.11 0.008 0.006 0.005 0.004
<6D | 0.02 | 017 0.013 0.012 0.010 0.009
04 <8D| 002 0.16 0.012 0.009 0.008 0.007
<10D| 0.01 | 0.15 0.010 0.007 0.007 0.006
<6D | 0.03 | 0.22 0.017 0.015 0.014 0.012
05 <8D| 0.02 020 0.015 0.012 0.011 0.010
<10D| 0.02 | 0.18 0.014 0.010 0.009 0.008
<6D | 0.03 | 0.26 0.021 0.019 0.017 0.015
06 <8D| 003 024 0.019 0.015 0.014 0.012
<10D| 0.02 | 0.22 0.017 0.012 0.011 0.009
<6D | 0.04 | 0.35 0.025 0.023 0.020 0.018
0.8 <8D| 003 032 0.023 0.018 0.016 0.014
<10D| 0.03 | 0.29 0.020 0.014 0.013 0.011
<6D | 0.05| 0.44 0.030 0.027 0.024 0.021
<8D | 0.04 | 0.40 0.027 0.022 0.019 0.017
1 |<10D 0.04 | 0.37 0.024 0.017 0.015 0.013
<12D| 0.03 | 0.33 0.021 0.013 0.012 0.010
>12D | 0.02 | 0.30 0.018 0.010 0.009 0.008
<6D | 0.06 | 0.52 0.035 0.032 0.028 0.025
<8D | 0.05| 0.48 0.032 0.026 0.023 0.020
1.2 |<10D| 0.04 | 0.44 0.028 0.020 0.018 0.016
<12D| 0.03 | 0.39 0.025 0.015 0.014 0.012
>12D| 0.03 | 0.36 0.021 0.011 0.010 0.009
<6D | 0.08 | 0.65 0.045 0.041 0.036 0.032
<8D | 0.06 | 0.61 0.041 0.033 0.029 0.026
1.5 |<10D| 0.05 | 0.55 0.036 0.026 0.023 0.020
<12D| 0.04 | 0.49 0.032 0.020 0.018 0.015
>12D | 0.03 | 0.44 0.027 0.015 0.013 0.011
<6D | 0.10 | 0.87 0.060 0.054 0.048 0.042
<8D | 0.09 | 0.81 0.054 0.044 0.039 0.034
2 |<10D 0.07 | 0.74 0.048 0.035 0.031 0.027
<12D| 0.06 | 0.65 0.042 0.026 0.024 0.021
>12D | 0.05 | 0.59 0.036 0.019 0.017 0.015
<6D | 0.13 | 1.09 0.060 0.054 0.048 0.042
<8D | 0.11 | 1.01 0.054 0.044 0.039 0.034
25 <10D| 0.09 | 0.92 0.048 0.035 0.031 0.027
<12D| 0.07 | 0.82 0.042 0.026 0.024 0.021
>12D| 0.06 | 0.74 0.036 0.019 0.017 0.015
<6D | 0.15 | 1.31 0.075 0.068 0.060 0.053
<8D | 013 | 1.21 0.068 0.055 0.049 0.043
3 |<10D| 0.11 | 1.10 0.060 0.043 0.038 0.034
<12D| 0.08 | 0.98 0.053 0.033 0.029 0.026
>12D | 0.07 | 0.89 0.045 0.024 0.022 0.019
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
1S0513 BERERR EREEAE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae ap x0.2D ap x0.2D ap x0.2D ap x0.2D
M Ve (m/min) 140+160 110+130 80+100 50+70
BOUROEE DC | LU | ap |DC(eff) fz fz fz fz
ou (mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D| 020 | 1.74 0.095 0.086 0.076 0.067
<8D | 017 | 1.61 0.086 0.069 0.062 0.054
4 |<10D| 0.14 | 1.47 0.076 0.055 0.049 0.043
<12D| 0.11 | 1.31 0.067 0.042 0.037 0.033
>12D | 0.09 | 1.19 0.057 0.031 0.027 0.024
o n Vi
’y /j (rpm) (mm/min)
¥ 45° x1.65 x1.65
o 30° x1.30 x1.30
15° x1.15 x1.15
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

&

SORMA

DIAMOND & CUTTING TOOLS

MHCRB2 e T
S I
apy |
LU

© Cylindrical shank LF

o 2 flutes ball nose

 Extended and reduced neck I

© 6 mm. shank w

*
S | mn | e | a0 K
FHA 30°| |BALLNOSE | |ZEFP2BALL

DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP n::lijo’ nl;l:c u=l1-l°130’ ul;go nl;l;l;o EDP no. Stock
05 ]0/-0.012) 0.25 | +0.005 6 0.5 2 0.45 50 2 2.15 2.22 2.29 2.36 2.52 | MHCRB20050206 @)
0.5 10/-0.012) 025 | +0.005 6 0.5 4 0.45 50 2 4.22 4.35 45 4.65 4.98 | MHCRB20050406 [
0.6 |0/-0.012) 0.3 | +0.005 6 0.5 2 0.55 50 2 2.15 2.21 2.28 2.35 2.5 | MHCRB20060206 [ ]
0.6 |0/-0.012) 0.3 | +0.005 6 05 4 0.55 50 2 4.22 4.35 4.49 4.65 4.97 | MHCRB20060406 [
0.6 |0/-0.012) 0.3 | +0.005 6 0.5 6 0.55 50 2 6.28 6.49 6.71 6.94 7.44 | MHCRB20060606 )
08 |0/-0.012] 04 | +0.005 6 0.8 2 0.75 50 2 2.15 2.21 2.27 2.34 2.48 | MHCRB20080206 [ ]
0.8 |0/-0.012) 0.4 | +0.005 6 0.8 4 0.75 50 2 4.21 4.34 4.48 4.63 4.95 | MHCRB20080406 [ ]
0.8 |0/-0.012) 0.4 | +0.005 6 0.8 6 0.75 50 2 6.28 6.48 6.7 6.93 7.42 | MHCRB20030606 [
1 0/-0.012] 0.5 | +0.005 6 1 3 09 50 2 327 3.37 3.47 3.57 3.8 | MHCRB20100306 )
1 0/-0.012 0.5 | +0.005 6 1 6 0.9 50 2 6.37 6.58 6.79 7.02 7.5 | MHCRB20100606 [
1 0/-0.012) 05 | +0.005 6 1 8 09 50 2 8.44 8.71 9 9.31 9.97 | MHCRB20100806 [ ]
1 0/-0.012] 05 | +0.005 6 1 10 09 50 2 1051 | 10.85 | 11.22 | 11,61 | 12.44 | MHCRB20101006 [
12 10/-0.012) 0.6 | +0.005 6 12 6 1.1 50 2 6.37 6.57 6.78 7 7.48 | MHCRB20120606 )
12 10/-0012) 0.6 | +0.005 6 12 8 11 50 2 8.44 8.71 8.99 9.3 9.95 | MHCRB20120806 [
12 10/-0.012] 0.6 | +0.005 6 12 10 11 50 2 105 | 1085 | 11.21 | 1159 | 1242 | MHCRB20121006 [ ]
15 10/-0.012] 0.75 | £0.005 6 15 4 14 50 2 4.3 4.42 4.55 4.68 4.98 | MHCRB20150406 [
15 10/-0.012] 0.75 | £0.005 6 15 8 14 50 2 8.43 8.7 8.98 9.27 9.91 | MHCRB20150806 [
15 10/-0.012] 0.75 | +0.005 6 15 10 14 50 2 105 | 10.84 | 11.19 | 1157 | 12.38 | MHCRB20151006 [
15 10/-0.012] 0.75 | +£0.005 6 15 12 14 50 2 1257 | 1297 | 13.41 | 13.86 | 14.85 | MHCRB20151206 [ ]
15 10/-0.012| 0.75 | £0.005 6 15 16 14 50 2 16.7 | 17.25 | 17.84 | 18.45 | 19.78 | MHCRB20151606 [
2 0/-0012] 1 +0.005 6 3 6 19 50 2 6.36 6.54 6.74 6.94 7.39 | MHCRB20200606 )
2 00012 1 +0.005 6 3 8 19 50 2 8.42 8.68 8.95 9.24 9.86 | MHCRB20200806 [ ]
2 00012 1 +0.005 6 3 10 19 50 2 1049 | 10.82 | 1117 | 1153 | 12.32 | MHCRB20201006 [
2 00012 1 +0.005 6 3 12 19 50 2 1256 | 12.96 | 13.38 | 13.83 | 14.79 | MHCRB20201206 [
2 0-0012] 1 +0.005 6 3 16 19 50 2 16.69 | 17.23 | 17.81 | 1842 | 19.73 | MHCRB20201606 )
2 00012 1 +0.005 6 3 20 19 50 2 20.83 | 2151 | 22.24 23 24.66 | MHCRB20202006 )

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHCRB2
Material Group
1S0513 BERERE EREEAE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae ap x0.2D ap x0.2D ap x0.2D ap x0.2D
V¢ (m/min) 140+160 110+130 80+100 50+70
DC n ap |DC(eff.) fz fz fz fz
(mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D | 0.03 | 0.22 0.020 0.018 0.016 0.014
05 <8D| 0.02 020 0.018 0.015 0.013 0.011
<10D| 0.02 | 0.18 0.016 0.012 0.010 0.009
<6D | 0.03 | 0.26 0.022 0.020 0.018 0.015
06 <8D| 003 024 0.020 0.016 0.014 0.012
<10D| 0.02 | 0.22 0.018 0.013 0.011 0.010
<6D | 0.04 | 0.35 0.025 0.023 0.020 0.018
0.8 <8D| 003 032 0.023 0.018 0.016 0.014
<10D| 0.03 | 0.29 0.020 0.014 0.013 0.011
<6D | 0.05| 0.44 0.030 0.027 0.024 0.021
<8D | 0.04 | 0.40 0.027 0.022 0.019 0.017
ROUND RIB 1 |<10D 0.04 | 0.37 0.024 0.017 0.015 0.013
<12D| 0.03 | 0.33 0.021 0.013 0.012 0.010
>12D | 0.02 | 0.30 0.018 0.010 0.009 0.008
<6D | 0.06 | 0.52 0.035 0.032 0.028 0.025
<8D | 0.05| 0.48 0.032 0.026 0.023 0.020
1.2 |[<10D| 0.04 | 0.44 0.028 0.020 0.018 0.016
<12D| 0.03 | 0.39 0.025 0.015 0.014 0.012
>12D| 0.03 | 0.36 0.021 0.011 0.010 0.009
<6D | 0.08 | 0.65 0.045 0.041 0.036 0.032
<8D | 0.06 | 0.61 0.041 0.033 0.029 0.026
1.5 |<10D| 0.05 | 0.55 0.036 0.026 0.023 0.020
<12D| 0.04 | 0.49 0.032 0.020 0.018 0.015
>12D | 0.03 | 0.44 0.027 0.015 0.013 0.011
<6D | 0.10 | 0.87 0.060 0.054 0.048 0.042
<8D | 0.09 | 0.81 0.054 0.044 0.039 0.034
2 <10D| 0.07 | 0.74 0.048 0.035 0.031 0.027
<12D| 0.06 | 0.65 0.042 0.026 0.024 0.021
>12D | 0.05 | 0.59 0.036 0.019 0.017 0.015
>15D| 0.06 | 0.06 0.030 0.027 0.024 0.021
o n Vi
(rpm) (mm/min)
45° x 1.65 x 1.65
30° x 1.30 x 1.30
15° x1.15 x1.15
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

AN -
 Cylindrical shank DCL@ Ufl D(Cth)N
* 2 flutes ball nose ‘ APMX_| LF ‘

3
g *
w
= O0SAWA NMG <55
% NORM MEX ND HRC
- ORA FHA 30°| |BALLNOSE | |ZEFP2BALL

DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

1 0/-0.020 0.5 0/-0.010 3 h6 3 38 2 MEXCSB2010 [ ]
o 15 0/-0.020 0.75 0/-0.010 3 h6 3 38 2 MEXCSB2015 [}
5 2 0/-0.020 1 0/-0.010 6 h6 3 50 2 MEXCSB2020 [ ]
2 2.5 0/-0.020 1.25 0/-0.015 4 h6 4 50 2 MEXCSB202550 [ ]
- 3 0/-0.020 15 0/-0.010 6 h6 4 50 2 MEXCSB2030 [ ]
a 4 0/-0.020 2 0/-0.010 6 h6 5 54 2 MEXCSB2040 [}

5 0/-0.020 2.5 0/-0.010 6 h6 6 54 2 MEXCSB2050 [ ]

6 0/-0.020 3 0/-0.010 6 h6 12 60 2 MEXCSB2060 [ ]
<] 8 0/-0.020 4 0/-0.010 8 h6 14 60 2 MEXCSB2080 [ ]
§ 10 0/-0.020 5 0/-0.010 10 h6 18 70 2 MEXCSB2100 [ ]
% 12 0/-0.020 6 0/-0.010 12 h6 22 80 2 MEXCSB2120 [ ]
§ 14 0/-0.020 7 0/-0.020 14 h6 32 90 2 MEXCSB2140 [ ]
g 16 0/-0.020 8 0/-0.020 16 h6 32 90 2 MEXCSB2160 [ ]
- 18 0/-0.020 9 0/-0.020 18 h6 38 100 2 MEXCSB2180 ®

20 0/-0.020 10 0/-0.020 20 h6 38 100 2 MEXCSB2200 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
1S0513 BEEEAR BEER (po J e &1 B3 3
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 120+160 80+120 60+100 50+70
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.009 0.008 0.007 0.006
1.5 0.79 0.012 0.011 0.010 0.008
2 1.20 0.012 0.011 0.010 0.008
2.5 1.65 0.015 0.014 0.012 0.011
3 2.14 0.018 0.016 0.014 0.013
4 3.20 0.025 0.023 0.020 0.018
5 4.33 0.032 0.029 0.026 0.022
6 5.50 0.038 0.034 0.030 0.027
8 7.84 0.048 0.043 0.038 0.034
10 10.00 0.057 0.051 0.046 0.040
12 11.76 0.067 0.060 0.054 0.047
14 12.83 0.080 0.072 0.064 0.056
16 12.80 0.095 0.086 0.076 0.067
18 10.80 0.108 0.097 0.086 0.076
20 12.00 0.108 0.097 0.086 0.076
o n Vf
(rpm) (mm/min)
15° x1.1 x1.1

OSAWA | SORMA CUTTING SOLUTIONS

J289

H - CARBIDE DRILLS SOLID

I - HSS DRILLS

«n
-
=
=
o
=
w
w
=
@
S
S
\
=

K - HSS END MILLS

L - CARBIDE BURRS




MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

AN -
 Cylindrical shank DC[ @ U I D(Chg)N
o 2 flutes ball nose *‘ APMX_| ‘
 Long reach LF
4
§ *
=
2] NMG
z Norm | MEX| rre | ee
- ORA FHA 30°| |BALLNOSE | |ZEFP2BALL
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.012 0.5 0/-0.010 4 h6 2.5 50 2 MEXCLSB2010 [ ]
o 1.2 0/-0.012 0.6 0/-0.010 4 h6 3 50 2 MEXCLSB2012 [ ]
5 15 0/-0.012 0.75 0/-0.010 4 h6 4 50 2 MEXCLSB2015 [ ]
2 2 0/-0.012 1 0/-0.010 6 h6 5 50 2 MEXCLSB2020 [ ]
- 2.5 0/-0.012 1.25 0/-0.010 6 h6 6 60 2 MEXCLSB2025 [ ]
a 3 0/-0.012 15 0/-0.010 6 h6 8 60 2 MEXCLSB2030 [}
4 0/-0.012 2 0/-0.010 6 h6 8 70 2 MEXCLSB2040 [ ]
5 0/-0.012 25 0/-0.010 6 h6 10 80 2 MEXCLSB2050 [ ]
<] 6 0/-0.015 3 0/-0.010 6 h6 12 90 2 MEXCLSB2060 [ ]
E' 8 0/-0.015 4 0/-0.010 8 h6 14 100 2 MEXCLSB2080 [ ]
% 10 0/-0.015 5 0/-0.010 10 h6 18 100 2 MEXCLSB2100 [ ]
§ 12 0/-0.015 6 0/-0.010 12 h6 22 110 2 MEXCLSB2120 [ ]
g 14 0/-0.035 7 0/-0.020 14 h6 32 125 2 MEXCLSB2140 [ ]
= 16 0/-0.035 8 0/-0.020 16 h6 32 150 2 MEXCLSB2160 [ )
20 0/-0.035 10 0/-0.020 20 h6 38 150 2 MEXCLSB2200 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MEXCLSB2
Material Group
1S0513 BRRRR BER (po J e &1 B3 3
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 100+140 80+120 60+80 40+60
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.015 0.014 0.012 0.011
2 0.87 0.021 0.019 0.017 0.015
3 1.31 0.027 0.024 0.022 0.019
4 1.74 0.037 0.033 0.029 0.026
5 2.18 0.045 0.041 0.036 0.032
6 2.62 0.051 0.046 0.041 0.036
8 3.49 0.060 0.054 0.048 0.042
10 4.36 0.068 0.061 0.054 0.048
12 5.23 0.077 0.069 0.061 0.054
14 6.10 0.089 0.080 0.071 0.062
16 6.97 0.102 0.092 0.082 0.071
18 7.85 0.115 0.103 0.092 0.080
20 8.72 0.132 0.119 0.106 0.092
o n Vi
(rpm) (mm/min)
30° x0.8 x0.8
15° x0.7 x0.7
0° x0.6 x0.6
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MEX (30+55HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE
N _
 Cylindrical shank DC[ @ i U I D(Chg)N
o 2 flutes ball nose T APMX | o
o Extra long reach ‘ LF ‘
w
o |
= *
[=]
i =
==} NMG
2| |osawal pppn s T
o
] ORA FHA 30°| |BALLNOSE| |ZEFP2BALL
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.020 0.5 0/-0.010 4 h6 3 75 2 MEX25301075 [ ]
o 1 0/-0.020 0.5 0/-0.010 4 h6 3 100 2 MEX253010100 [ ]
)
= 15 0/-0.020 0.75 0/-0.010 4 h6 3 75 2 MEX25301575 [ ]
2 15 0/-0.020 0.75 0/-0.010 4 h6 3 100 2 MEX253015100 [ ]
- 2 0/-0.020 1 0/-0.010 4 h6 4 75 2 MEX25302075 [ ]
2 0/-0.020 1 0/-0.010 4 h6 4 100 2 MEX253020100 v
3 0/-0.030 15 0/-0.015 6 h6 5 75 2 MEX25303075 [ ]
3 0/-0.030 15 0/-0.015 6 h6 5 100 2 MEX253030 [ ]
<) 4 0/-0.030 2 0/-0.015 6 h6 8 100 2 MEX253040 [ ]
-
= 5 0/-0.030 2.5 0/-0.015 6 h6 9 100 2 MEX253050100 [ ]
% 6 0/-0.030 3 0/-0.015 6 h6 10 150 2 MEX253060150 [ ]
§ 8 0/-0.030 4 0/-0.015 8 h6 12 150 2 MEX253080 [ ]
g 10 0/-0.035 5 0/-0.020 10 h6 14 150 2 MEX25310150 [ ]
= 12 0/-0.035 6 0/-0.020 12 h6 16 150 2 MEX25312150 [
16 0/-0.035 8 0/-0.020 16 h6 32 200 2 MEX253160 [ ]
20 0/-0.035 10 0/-0.020 20 h6 38 200 2 MEX253200 [ ]
« * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
p—
=
[=]
]
7]
x
>
[%2}
occ
[+
=2
[==]
w
=]
[=a]
occ
3
4
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MEX (30+55HRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MEX253
Material Group
1S0513 BRRRR BER (po J e &1 B3 3
Hardness/Rm <1000 N/mm? <35 HRC 35+45 HRC 45+55 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 90+130 60+100 50+70 30+50
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.015 0.014 0.012 0.011
2 0.87 0.021 0.019 0.017 0.015
3 1.31 0.027 0.024 0.022 0.019
4 1.74 0.037 0.033 0.029 0.026
5 2.18 0.045 0.041 0.036 0.032
6 2.62 0.051 0.046 0.041 0.036
8 3.49 0.060 0.054 0.048 0.042
10 4.36 0.068 0.061 0.054 0.048
12 5.23 0.077 0.069 0.061 0.054
14 6.10 0.089 0.080 0.071 0.062
16 6.97 0.102 0.092 0.082 0.071
18 7.85 0.115 0.103 0.092 0.080
20 8.72 0.132 0.119 0.106 0.092
o n Vi
(rpm) (mm/min)
30° x0.8 x0.8
15° x0.7 x0.7
0° x0.6 x0.6
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UH AND MH

STEEL AND HARDENED STEEL
< 70 HRC (UH) AND 30= 70 HRC (MH)

# Nano micrograin and UH RED and MH, TiSi base
coating for high performance milling on hardened
steel up to 70 HRC. High reliability and long life

in dry milling operation adopting high speed or
high feed strategy. The cutting geometry has been
specifically designed to obtain high precision and
high quality surface finishing.

O Nano micrograna e rivestimento UH RED e MH, a
base TiSi per la fresatura di materiali temprati sino
a 70 HRC. Grande affidabilita e durata nell’utilizzo
di strategie di lavorazione ad alta velocita o alto
avanzamento e con la possibilita di evitare I'utilizzo
del refrigerante. Le geometrie di taglio specifiche
garantiscono elevata precisione ed eccellente
finitura della superficie lavorata.

& Nano-Mikrokornung und Beschichtung UH RED
und MH auf TiSi-Basis fiir das Frasen von gehérteten
Materialien bis zu 70 HRC. Hohe Zuverlassigkeit und
lange Standzeit auch bei Bearbeitungsverfahren mit
hoher Geschwindigkeit und groBem Vorschub und
mit der Moglichkeit, ohne Kiihimittel zu arbeiten.

Die spezifischen Schnittgeometrien gewahrleisten
eine hohe Préazision und eine hervorragende
Endbearbeitung der bearbeiteten Flache.

0 Nano micrograin et revétement UH RED et MH

a base TiSi pour le fraisage de matériaux trempés
jusqu’a 70 HRC. Grande fiabilité et durée dans
I'utilisation stratégique d’usinage a haute vitesse

ou avancement élevé et avec la possibilité d’éviter
I'utilisation de lubrifiant. Les géométries de coupe
spécifiques garantissent une précision élevée et une
excellente finition de la surface usinée.
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UH & MIH Steel and hardened steel %SORMA

DDDDDDDDDDDDDDDDDDDD

Features of UH end mills

OPTIMIZED CONNECTION SHAPE

S—f—'—ﬁ
|

NANO MICROGRAIN CARBIDE

INNOVATIVE GRINDING TECHNOLOGY
- TISI BASED NANO MULTILAYER UH RED COATING

High feed strategy UHF RT

NANO MICROGRAIN CARBIDE TISI BASED NANO MULTILAYER
UH RED COATING

UNIQUE 3 RADII DESIGN

CURVED EDGE

HEAD RADIUS

CORNER RADIUS

J296 OSAWA | SORMA CUTTING SOLUTIONS



UH & MH Steel and hardened steel %SORMA

DIAMOND & CUTTING TOOLS

Features of MH end mills

SOLID

NANO MICROGRAIN CARBIDE :
MH COATING :
SPECIAL EDGE DESIGN

«n
-
=
=
o
=
w
w
=
@
S
S
\
=

Features and Benefits of UH series

=
# - High edge quality for less chipping and reliable tool life due to = . Die hohe Schneidkantenqualitdt gewéhrleistet weniger Ausbriiche §
the innovative grinding technology und eine langere Standzeit des Werkzeugs dank der innovativen 2
- Great wear resistance even at high cutting speed thanks to the Schleiftechnologie =
nano micrograin carbide - Hohe VerschleiBfestigkeit auch bei hohen
- Optimized connection shape allows greater stability during Schneidgeschwindigkeiten dank Nanomikrokorn-Hartmetall
machining - Die optimierte Form der Verbindung ermdglicht eine hohere @
- High temperature stability improved by the TiSi based nano Stabilitat bei der Bearbeitung 5
multilayer coating - Verbesserte Stabilitdt bei hohen Temperaturen durch §
« Multi-edged endmill UHF RT with unique 3 radii geometry, mehrschichtige Nanobeschichtung mit TiSi-Basis g
specific for high feed milling on hardened steels up to 70HRC. - Mehrzahnfraser UHF RT mit einzigartiger 3-Radius-Geometrie, N
speziell fiir das Frasen von gehérteten Stahlen bis zu 70HRC mit
hohem Vorschub.
o - Elevata qualita del tagliente garantisce minori scheggiature o« La haute qualité du tranchant garantit de moindres ébréchures
e miglior durata dell'utensile grazie all'innovativa tecnologia di et une plus longue durée de vie de I'outil grace a la technologie
rettifica innovante de rectification
- Grande resistenza all'usura anche a velocita di taglio elevate - Grande résistance a I'usure y compris a haute vitesse de coupe
grazie al metallo duro nanomicrograna grace au carbure nano-micrograin
- La forma ottimizzata di connessione consente una maggiore - La forme de connexion optimisée permet une stabilité accrue
stabilita durante la lavorazione pendant I'usinage.
- Stabilita alle alte temperature migliorata dal rivestimento nano - Stabilité aux hautes températures améliorée par le revétement
multistrato con base TiSi nano multicouche avec base TiSi
- Fresa multitagliente UHF RT con geometria unica a 3 raggi, - Fraise multi-tranchant UHF RT avec géométrie unique a 3 rayons,
specifica per fresatura ad avanzamenti elevati su acciai temprati spéciale fraisage a grande avance sur les aciers trempés jusqu’a
fino a 70HRC. 70HRC.

OSAWA | SORMA CUTTING SOLUTIONS J297
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UH & MH Steel and hardened steel

UH&MH

Features and Benefits of MH series

# - Special edge design enables high versatility for general milling,
copying and super finishing on materials from 30 to 70 HRC
- High temperature stability during the machining process thanks
to the MH coating
- Nano-micrograin carbide garanties excellent wear resistance
and long life

o - Lo speciale design del tagliente consente un'elevata versatilita
in fresatura generale, copiatura e superfinitura di materiali da 30
a70HRC
- Stabilita alle alte temperature durante il processo di lavorazione
grazie al rivestimento MH
- Il metallo duro nano-micrograna garantisce ottima resistenza
all'usura e lunga durata

Use case
Tool Type UHF4LN
Workpiece W.-Nr 1.2379 X155CrVMo12 1(K110) 60HRC
Parameters Ve 60 m/min, fz 0,01 mm/t, ap 0,04 mm, ae
1,5 mm
Coolant air
Diameter 1,5 mm

Machining time
OSAWA
Competitor A

¢, SORMA

DIAMOND & CUTTING TOOLS

& . Die spezielle Schneidkantenkonstruktion ermdglicht hohe

Vielseitigkeit beim allgemeinen Frasen, Nacharbeiten und
Feinstbearbeiten von Materialien von 30 bis 70 HRC

- Hohe Temperaturstabilitit bei der Bearbeitung dank der MH-
Beschichtung

- Das Nanokorn-Hartmetall sorgt fir hervorragende
VerschleiBfestigkeit und lange Standzeit

o - La conception spéciale du tranchant permet une grande

polyvalence général de fraisage, la copie et la superfinition de
matériaux de 30 a 70 HRC.

- Stabilité aux hautes températures pendant le processus d’usinage
grace au revétement MH

- Le carbure nano-micrograin garantit une excellente résistance a
I'usure et une longue durée de vie

J298 OSAWA | SORMA CUTTING SOLUTIONS



UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
— -
— DCON
» o [ % 3
 Cylindrical shank —
APV
o OF “_’ LF ‘
o Miniature
A
* % * =
a
w
NMG 70 5@ =
OSAWA < a
NORM UH HRC S
FHA 40°| |SQUARE| |ZEFP 2 .
= =
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.1 0/-0.010 4 h6 0.2 40 2 UHM200104 ®
0.2 0/-0.010 4 h6 0.3 50 2 UHM200204 ® o
-
0.3 0/-0.010 4 h6 0.4 50 2 UHM200304 ® =
0.4 0/-0.010 4 h6 0.6 50 2 UHM200404 ® ;
0.5 0/-0.010 4 h6 0.7 50 2 UHM200504 ) -
0.6 0/-0.010 4 h6 0.9 50 2 UHM200604 ®
0.7 0/-0.010 4 h6 1 50 2 UHM200704 )
0.8 0/-0.010 4 h6 1.2 50 2 UHM200804 ®
0.9 0/-0.010 4 h6 1.4 50 2 UHM200904 ®

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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K - HSS END MILLS

L - CARBIDE BURRS
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UH (<7OHRC) and MH (30+70HRC) Square

UHM204

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150513 BREEER BERMOEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.1 0.01 0.002 0.002 0.002 0.001
0.2 0.01 0.003 0.003 0.002 0.002
0.3 0.02 0.004 0.004 0.003 0.003
0.4 0.02 0.006 0.005 0.005 0.004
0.5 0.03 0.007 0.006 0.006 0.005
0.6 0.03 0.008 0.007 0.006 0.006
0.8 0.04 0.010 0.009 0.008 0.007
0.9 0.05 0.012 0.011 0.010 0.008

J300
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UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

UHLN2 i
s .
apy) ! | =
LU &=
o Cylindrical shank LF
° OF -
e Extended and reduced neck ‘
LU
A w
- =
o s * S
w
NMG 1 £
e | U w || 2| L) e :
FHA 40°| |SQUARE | |ZEFP 2| QUL T
DC | DCtol. DCON | APMX ] DN LF ZEFP a:gu' u';l:., u=l1-930' ul;g" u':; EDP no. Stock
02 | 0/0010| 4 03 05 0.16 50 2 0.57 059 0.61 0.63 0.68 | UHLN2002005 °
02 | 0-0010| 4 03 1 0.16 50 2 1.09 112 1.16 1.21 1.3 | UHLN200201 ° 9
02 |0-0010| 4 03 15 0.16 50 2 1.6 1.66 172 1.78 191 | UHLN2002015 ® =
03 |0-0010 4 04 1 0.26 50 2 1.09 1.12 1.16 1.21 13 | UHLN200301 ° 7
03 | 0-0010| 4 04 2 0.26 50 2 2.12 2.19 2.27 2.35 253 | UHLN200302 ° .
03 | 0-0010| 4 04 3 0.26 50 2 3.15 3.26 3.38 35 376 | UHLN200303 °
04 | 0-0010| 4 06 2 0.37 50 2 212 2.19 227 2.35 253 | UHLN200402 ®
04 | 0/-0010| 4 06 3 0.37 50 2 3.15 3.26 3.38 35 376 | UHLN200403 °
04 | 0/-0010| 4 06 4 0.37 50 2 419 433 4.49 4.65 5 | UHLN200404 ° ‘ﬁ
04 | 0/-0010| 4 06 5 0.37 50 2 5.22 54 5.59 5.79 6.23 | UHLN200405 ° =
05 | 0-0010| 4 07 2 0.45 50 2 2.16 2.23 2.31 24 257 | UHLN200502 ° E
05 | 0/-0010| 4 07 4 0.45 50 2 423 4.37 453 4.69 504 | UHLN200504 ° g
05 |0/-0010| 4 07 6 0.45 50 2 6.29 6.51 6.74 6.98 751 | UHLN200506 ° 3
05 | 0-0010| 4 07 8 0.45 50 2 8.36 8.65 8.96 9.28 9.98 | UHLN200508 ° =
06 | 0-0010| 4 09 2 055 50 2 2.16 2.23 2.31 24 257 | UHLN200602 °
06 | 0/-0010| 4 09 4 055 50 2 423 437 453 4.69 504 | UHLN200604 °
06 | 0/-0010| 4 09 6 055 50 2 6.29 6.51 6.74 6.98 751 | UHLN200606 ° 9!
06 | 0/-0010| 4 09 8 055 50 2 8.36 8.65 8.96 9.28 9.98 | UHLN200608 ° =
06 | 0-0010| 4 09 10 055 50 2 1043 | 1079 | 1117 | 1157 | 1244 | UHLN200610 ° 2
07 |0-0010| 4 1 2 0.65 50 2 2.16 2.23 2.31 24 257 | UHLN200702 ° 3
07 |0-0010| 4 1 4 0.65 50 2 423 437 453 469 504 | UHLN200704 ° -
07 |0-0010| 4 1 6 0.65 50 2 6.29 6.51 6.74 6.98 7.51 | UHLN200706 ®
07 |0-0010 4 1 8 0.65 50 2 8.36 8.65 8.96 9.28 9.98 | UHLN200708 °
07 |0-0010| 4 1 10 0.65 50 2 1043 | 1079 | 1147 | 1157 | 1244 | UHLN200710 ®
08 | 0/-0010| 4 1.2 4 075 50 2 423 4.37 453 4.69 504 | UHLN200804 ° 2
08 | 0/0010| 4 12 6 075 50 2 6.29 6.51 6.74 6.98 7.51 | UHLN200806 ® §
08 | 0-0010| 4 12 8 075 50 2 8.36 8.65 8.96 9.28 9.98 | UHLN200808 ° 2
08 | 0-0010| 4 12 10 075 50 2 1043 | 1079 | 1147 | 1157 | 1244 | UHLN200810 ° g
08 | 0/0010| 4 1.2 12 075 50 2 1249 | 1293 | 1338 | 1387 | 1491 | UHLN200812 ® 4
09 | 0-0010| 4 14 6 0.85 50 2 6.29 6.51 6.74 6.98 7.51 | UHLN200906 °
09 | 0-0010| 4 14 8 0.85 50 2 8.36 8.65 8.96 9.28 9.98 | UHLN200908 °
09 | 0-0010| 4 14 10 0.85 50 2 1043 | 1079 | 1147 | 1157 | 1244 | UHLN200910 °
09 | 0-0010| 4 14 15 0.85 50 2 156 | 1614 | 1671 | 17.31 | 1861 | UHLN200915 °
1 00015 | 4 15 6 0.95 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201006 °
1 0-0015| 4 15 8 0.95 50 2 8.46 8.75 9.06 938 | 10.09  UHLN201008 °
1 00015 | 4 15 10 0.95 50 2 1052 | 1089 | 1127 | 11.68 | 1256 | UHLN201010 °
1 0-0015| 4 15 12 0.95 50 2 1259 | 1303 | 1349 | 1397 | 1502 | UHLN201012 °
1 00015 | 4 15 14 0.95 50 2 1466 | 1517 | 157 | 1627 | 17.49 | UHLN201014 °
1 00015 | 4 15 16 0.95 50 2 1673 | 173 | 1792 | 1856 & 19.95 | UHLN201016 °
12 | 0/0015| 4 18 6 1.15 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201206 ®
12 0-0015| 4 1.8 8 1.15 50 2 8.46 8.75 9.06 938 | 10.09 | UHLN201208 °
12 040015 4 18 10 1.15 50 2 1052 | 1089 | 1127 | 11.68 | 1256 | UHLN201210 °
12 | 0/0015| 4 18 12 1.15 50 2 1259 | 1303 | 1349 | 1397 | 1502 | UHLN201212 °
14 00015 4 2.1 6 1.35 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201406 ®
14 0-0015| 4 2.1 8 1.35 50 2 8.46 8.75 9.06 938 | 10.09 | UHLN201408 ®

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

UHLN2 i
I
apy| ! |
LU
 Cylindrical shank LF
o OF o
 Extended and reduced neck
LU
A
3 T
g hAd pAg *
& =
S|l um | e | || V]| LA ]| P
- FHA 40°| |SQUARE| |ZEFP 2| KL
DC DC tol. DCON APMX LU DN LF ZEFP a:g{)' nl;l:, u=|1-930' al;g" nl;l;o EDP no. Stock
14 0/-0.015 4 2.1 10 1.35 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN201410 [ ]
P 1.4 0/-0.015 4 2.1 12 1.35 50 2 12.59 13.03 13.49 13.97 15.02 | UHLN201412 [ ]
5 14 0/-0.015 4 2.1 14 1.35 50 2 14.66 15.17 15.7 16.27 17.49 | UHLN201414 [ ]
2 14 0/-0.015 4 2.1 16 1.35 50 2 16.73 17.3 17.92 18.56 19.96 | UHLN201416 [ ]
- 15 0/-0.015 4 2.3 6 1.45 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201506 [ ]
a 15 0/-0.015 4 2.3 8 1.45 50 2 8.46 8.75 9.06 9.38 10.09 | UHLN201508 [ )
15 0/-0.015 4 2.3 10 1.45 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN201510 ®
15 0/-0.015 4 2.3 12 1.45 50 2 12.59 13.03 13.49 13.97 15.02 | UHLN201512 [ ]
<] 15 0/-0.015 4 2.3 14 1.45 50 2 14.66 1517 15.7 16.27 17.49 | UHLN201514 ®
E' 15 0/-0.015 4 2.3 16 1.45 50 2 16.73 17.3 17.92 18.56 19.96 | UHLN201516 [ ]
% 15 0/-0.015 4 2.3 18 1.45 60 2 18.79 19.44 2013 20.86 22.43 | UHLN201518 [ ]
§ 15 0/-0.015 4 2.3 20 1.45 60 2 20.86 21.58 22.35 23.15 - UHLN201520 [ ]
(5 1.6 0/-0.015 4 2.4 6 1.55 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201606 [ ]
z 16 0/-0.015 4 2.4 8 1.55 50 2 8.46 8.75 9.06 9.38 10.09 | UHLN201608 [ ]
1.6 0/-0.015 4 2.4 10 1.55 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN201610 [ ]
1.6 0/-0.015 4 2.4 12 1.55 50 2 12.59 13.03 13.49 13.97 15.02 | UHLN201612 [ ]
- 1.6 0/-0.015 4 2.4 14 1.55 50 2 14.66 1517 15.7 16.27 17.49 | UHLN201614 [ ]
g 16 0/-0.015 4 2.4 16 1.55 50 2 16.73 17.3 17.92 18.56 19.96 | UHLN201616 [ ]
2 1.6 0/-0.015 4 2.4 18 1.55 60 2 18.79 19.44 2013 20.86 22.43 | UHLN201618 [ ]
ué 1.6 0/-0.015 4 2.4 20 1.55 60 2 20.86 21.58 22.35 23.15 - UHLN201620 [ ]
- 1.8 0/-0.015 4 2.7 6 1.75 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN201806 ®
- 1.8 0/-0.015 4 2.7 8 1.75 50 2 8.46 8.75 9.06 9.38 10.09 | UHLN201808 [ ]
1.8 0/-0.015 4 2.7 10 1.75 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN201810 ®
1.8 0/-0.015 4 2.7 12 1.75 50 2 12.59 13.03 13.49 13.97 15.02 | UHLN201812 [ ]
@ 1.8 0/-0.015 4 2.7 14 1.75 50 2 14.66 1517 15.7 16.27 17.49 | UHLN201814 [ ]
% 1.8 0/-0.015 4 2.7 16 1.75 50 2 16.73 17.3 17.92 18.56 19.96 | UHLN201816 [ ]
5 1.8 0/-0.015 4 2.7 18 1.75 60 2 18.79 19.44 20.13 20.86 - UHLN201818 [ ]
g 1.8 0/-0.015 4 2.7 20 1.75 60 2 20.86 21.58 22.35 23.15 - UHLN201820 [ ]
j 2 0/-0.015 4 3 6 1.95 50 2 6.39 6.61 6.84 7.09 7.62 | UHLN202006 [ ]
2 0/-0.015 4 3 8 1.95 50 2 8.46 8.75 9.06 9.38 10.09 | UHLN202008 [ ]
2 0/-0.015 4 3 10 1.95 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN202010 [ ]
2 0/-0.015 4 3 12 1.95 50 2 12.59 13.03 13.49 13.97 15.02 | UHLN202012 [ ]
2 0/-0.015 4 3 14 1.95 50 2 14.66 1517 15.7 16.27 17.49 | UHLN202014 ®
2 0/-0.015 4 3 16 1.95 50 2 16.73 17.3 17.92 18.56 - UHLN202016 [ ]
2 0/-0.015 4 3 18 1.95 60 2 18.79 19.44 20.13 20.86 - UHLN202018 [ )
2 0/-0.015 4 3 20 1.95 60 2 20.86 21.58 22.35 23.15 - UHLN202020 [ ]
2 0/-0.015 4 3 25 1.95 75 2 26.03 26.93 27.88 - - UHLN202025 [ ]
2 0/-0.015 4 3 30 1.95 75 2 31.2 32.28 33.42 - - UHLN202030 [ ]
25 0/-0.020 4 37 8 24 50 2 8.46 8.75 9.06 9.38 10.09 | UHLN202508 [ ]
2.5 0/-0.020 4 3.7 10 24 50 2 10.52 10.89 11.27 11.68 12.56 | UHLN202510 [ ]
2.5 0/-0.020 4 3.7 12 2.4 50 2 12.59 13.03 13.49 13.97 - UHLN202512 [ ]
2.5 0/-0.020 4 3.7 14 2.4 50 2 14.66 1517 15.7 16.27 - UHLN202514 [ ]
25 0/-0.020 4 37 16 2.4 50 2 16.73 17.3 17.92 18.56 - UHLN202516 [ )
2.5 0/-0.020 4 3.7 18 2.4 60 2 18.79 19.44 20.13 20.86 - UHLN202518 [ ]
2.5 0/-0.020 4 3.7 20 2.4 60 2 20.86 21.58 22.35 - - UHLN202520 ®

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

J302 OSAWA | SORMA CUTTING SOLUTIONS



UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

UHLN2 i
— 1 DCON
e
t - o
APMXI\_U ‘ =
(=]
 Cylindrical shank LF »°
o OF T
 Extended and reduced neck
LU
A
w
a =
hAd pAg * <
a
= a
OSAWA NMG <70 7 Z Z g@ 2
NORM UH HRC /A E:
FHA 40°| |SQUARE| |ZEFP 2| KL |
==
LU LU LU LU LU
DC DCtol. | DCON | APMX LU DN LF ZEFP a=30" a=1° | a=1°30' a=2° a=3° EDP no. Stock
25 0/-0.020 4 37 25 2.4 75 2 241 24.94 25.83 - - UHLN202525 [ ]
25 0/-0.020 4 37 30 2.4 75 2 312 32.28 - - - UHLN202530 O] o~
-
3 0/-0.020 6 45 8 2.85 50 2 8.65 8.95 9.26 9.6 10.31 | UHLN203008 [ ] =
3 0/-0.020 6 45 10 2.85 50 2 10.72 11.09 11.48 11.89 12.78 | UHLN203010 [ ] ;
3 0/-0.020 6 45 12 2.85 50 2 12.78 13.23 13.69 14.18 15.25 | UHLN203012 [ ] -
3 0/-0.020 6 45 14 2.85 50 2 14.85 15.36 15.91 16.48 17.72 | UHLN203014 [
3 0/-0.020 6 45 16 2.85 60 2 16.92 17.5 18.12 18.77 20.18 | UHLN203016 [ ]
3 0/-0.020 6 45 18 2.85 60 2 18.99 19.64 20.34 21.07 22.65 | UHLN203018 ®
3 0/-0.020 6 45 20 2.85 60 2 21.05 21.78 22.55 23.36 25.12 | UHLN203020 [ ] «
'}
3 0/-0.020 6 45 25 2.85 75 2 26.22 2713 28.09 29.1 - UHLN203025 [ ] =
4 0/-0.020 6 45 10 3.85 60 2 10.91 11.29 11.68 12.1 13 UHLN204010 [ ) %
4 0/-0.020 6 45 15 3.85 60 2 16.08 16.63 17.22 17.84 19.17 | UHLN204015 ® §
4 0/-0.020 6 45 20 3.85 60 2 21.25 21.98 22.76 23.57 - UHLN204020 [ ] g
4 0/-0.020 6 45 25 3.85 75 2 26.41 27.33 28.29 - - UHLN204025 ® =
4 0/-0.020 6 45 30 3.85 75 2 31.58 32.67 33.83 - - UHLN204030 [ ]
4 0/-0.020 6 45 40 3.85 75 2 41.92 43.37 - - - UHLN204040 [ ]
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion %
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UH (<7OHRC) and MH (30+70HRC) Square

UHLN2

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SQUARE RIB

G T o | o+ | es | 2 | < I o | it faf s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.01 0.003 0.003 0.002 0.002
0.2 <8D 0.01 0.003 0.002 0.002 0.002
’ <10D | 0.01 0.002 0.002 0.002 0.001
<120 | 0.01 0.002 0.001 0.001 0.001
<6D 0.02 0.004 0.004 0.003 0.003
03 <8D 0.01 0.003 0.003 0.003 0.002
’ <100 | 0.01 0.003 0.003 0.002 0.002
<120 | 0.01 0.002 0.002 0.002 0.002
<6D 0.02 0.006 0.005 0.005 0.004
04 <8D 0.02 0.005 0.005 0.004 0.004
<100 | 0.01 0.004 0.004 0.003 0.003
<120 | 0.01 0.003 0.003 0.003 0.002
<6D 0.03 0.007 0.006 0.006 0.005
05 <8D 0.02 0.006 0.005 0.005 0.004
<10D | 0.02 0.005 0.004 0.004 0.003
<12D | 0.01 0.004 0.003 0.003 0.003
<6D 0.03 0.008 0.007 0.006 0.006
06 <8D 0.03 0.007 0.006 0.005 0.005
’ <100 | 0.02 0.006 0.005 0.004 0.004
<120 | 0.02 0.004 0.004 0.004 0.003
<6D 0.04 0.010 0.009 0.008 0.007
08 <8D 0.03 0.009 0.008 0.007 0.006
<10D | 0.03 0.007 0.006 0.006 0.005
<120 | 0.02 0.006 0.005 0.004 0.004
<6D 0.05 0.012 0.011 0.010 0.008
1 <8D 0.04 0.010 0.009 0.008 0.007
<10D | 0.04 0.008 0.008 0.007 0.006
<12D | 0.03 0.007 0.006 0.005 0.005
<6D 0.06 0.022 0.020 0.018 0.015
12 <8D 0.05 0.019 0.017 0.015 0.013
’ <10D | 0.04 0.015 0.014 0.012 0.011
<120 | 0.03 0.012 0.011 0.010 0.008
<6D 0.07 0.024 0.022 0.019 0.017
<8D 0.06 0.020 0.018 0.016 0.014
14 L= 10D | 0.05 0.017 0.015 0.013 0.012
<120 | 0.04 0.013 0.012 0.011 0.009
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.007 0.006 0.006 0.005
<6D 0.08 0.025 0.023 0.020 0.018
<8D 0.06 0.021 0.019 0.017 0.015
15 <10D | 0.05 0.018 0.016 0.014 0.012
<120 | 0.04 0.014 0.012 0.011 0.010
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
<6D 0.08 0.026 0.023 0.021 0.018
<8D 0.07 0.022 0.020 0.018 0.015
16 <10D | 0.06 0.018 0.016 0.015 0.013
<120 | 0.04 0.014 0.013 0.011 0.010
<150 | 0.04 0.012 0.011 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005

J304

OSAWA | SORMA CUTTING SOLUTIONS



UH (<7OHRC) and MH (30+70HRC) Square

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UHLN2
G T o | o« | es | 2 | < I o« it faf s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.09 0.028 0.025 0.022 0.020
<8D 0.08 0.024 0.021 0.019 0.017
18 <10D | 0.06 0.020 0.018 0.016 0.014
<12D | 0.05 0.015 0.014 0.012 0.011
<150 | 0.04 0.013 0.011 0.010 0.009
>15D | 0.03 0.008 0.008 0.007 0.006
<6D 0.10 0.030 0.027 0.024 0.021
<8D 0.09 0.026 0.023 0.020 0.018
2 <10D | 0.07 0.021 0.019 0.017 0.015
<12D | 0.06 0.017 0.015 0.013 0.012
<150 | 0.05 0.014 0.012 0.011 0.009
SQUARE RIB >15D | 0.03 0.009 0.008 0.007 0.006
<6D 0.13 0.035 0.032 0.028 0.025
<8D 0.1 0.030 0.027 0.024 0.021
25 <10D | 0.09 0.025 0.022 0.020 0.017
’ <120 | 0.07 0.019 0.017 0.015 0.013
<150 | 0.06 0.016 0.014 0.013 0.011
>15D | 0.04 0.011 0.009 0.008 0.007
<6D 0.15 0.040 0.036 0.032 0.028
<8D 0.13 0.034 0.031 0.027 0.024
3 <10D | 0.1 0.028 0.025 0.022 0.020
<120 | 0.08 0.022 0.020 0.018 0.015
<150 | 0.07 0.018 0.016 0.014 0.013
>15D | 0.05 0.012 0.011 0.010 0.008
<6D 0.20 0.050 0.045 0.040 0.035
<8D 0.17 0.043 0.038 0.034 0.030
4 <10D | 0.14 0.035 0.032 0.028 0.025
<120 | 0.1 0.028 0.025 0.022 0.019
<150 | 0.09 0.023 0.020 0.018 0.016
>15D | 0.06 0.015 0.014 0.012 0.011

OSAWA | SORMA CUTTING SOLUTIONS
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UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

r 1 DCON
DCLN HJ (h6)
o Cylindrical shank ‘ APMX_| ‘
o Multi flute L
w
o |
= *
[=}
w
2 NMG 70
= OSAWA < %@
S NORM UH HRC
. FHA 50°| |SQUARE | |ZEFP6-8| [N
p= =
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 0/-0.020 6 h6 8 50 6 UH600030 °
o 4 0/-0.020 6 h6 11 50 6 UH600040 °
)
= 5 0/-0.020 6 h6 13 50 6 UHG00050 °
; 6 0/-0.020 6 h6 20 60 6 UH600060 °
- 8 0/-0.020 8 h6 20 64 6 UH600080 °
10 0/-0.020 10 h6 22 70 6 UHB00100 °
12 0/-0.020 12 h6 25 75 6 UH600120 °
14 0/-0.020 14 h6 30 90 6 UH600140 °
16 0/-0.020 16 h6 30 90 8 UH600160 °
20 0/-0.020 20 h6 38 100 8 UH600200 °

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Square

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH600
Material Group
1S0513 BREEER BEROEE 12| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae 1.5Dx 0.1D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 140+180 100+140 80+100 60+80
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.008 0.008 0.007 0.006
4 0.012 0.011 0.010 0.008
SDEMLLNG 5 0.014 0.013 0.012 0.010
6 0.018 0.016 0.014 0.013
8 0.028 0.025 0.022 0.019
10 0.034 0.030 0.027 0.024
12 0.041 0.037 0.033 0.029
14 0.048 0.043 0.038 0.034
16 0.056 0.051 0.045 0.039
18 0.066 0.059 0.053 0.046
20 0.078 0.070 0.062 0.055

OSAWA | SORMA CUTTING SOLUTIONS
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UH (<70HRC) and MH (30+70HRC) Square ¢/SORMA

DIAMOND & CUTTING TOOLS

DN
E— ; —
§ §§ DCON
DC
 Cylindrical shank L y —I (h6)
o Mult flute W’—“LU ‘
e Long LF
w
|
= w Vo *
[=}
a —-
= OSAWA NMG <70 7 Z Z %@
[~ =
S NORM UH HRC /A
' FHA 50°| |SQUARE | |ZEFP6-8| [ENIMIY
p= =
DC DC tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
3 0/-0.025 6 h6 19 30 2.8 75 6 UH612030 )
o 4 0/-0.025 6 h6 19 32 3.7 75 6 UH612040 [}
)
= 5 0/-0.025 6 h6 19 32 4.6 75 6 UH612050 )
; 6 0/-0.025 6 h6 38 60 5.5 100 6 UH612060 )
- 8 0/-0.025 8 h6 4 60 7.4 100 6 UH612080 )
10 0/-0.025 10 h6 57 85 9.2 125 6 UH612100 [}
12 0/-0.025 12 h6 75 110 11 150 6 UH612120 )
16 0/-0.025 16 h6 75 110 15 150 8 UH612160 )
20 0/-0.025 20 h6 75 110 19 150 8 UH612200 )

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Square

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH612
Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae .5D x 0.05 .5D x 0.05 .5D x 0.05 .5D x 0.05
1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 90+130 70+110 50+70 30+50
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.007 0.006 0.006 0.005
SIDE MILLING 4 0.010 0.009 0.008 0.007
5 0.012 0.011 0.010 0.009
6 0.015 0.014 0.012 0.011
8 0.023 0.021 0.019 0.016
10 0.029 0.026 0.023 0.020
12 0.035 0.031 0.028 0.024
14 0.041 0.037 0.033 0.029
16 0.048 0.043 0.038 0.034
20 0.066 0.060 0.053 0.046

OSAWA | SORMA CUTTING SOLUTIONS
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

o AN _
 Cylindrical shank o™ [DCON
o 2F [ v (h6)

o Miniature ‘M\ ‘
 Corner radius LF
© 6 mm. shank
4
E‘ % Yo *
=
2] NMG
- i Lh || &
- FHA 40°| |SQUARE| |RADIUS | |ZEFP 2| EXanjl[¢]
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.3 0/-0.012 - 6 h6 0.45 50 2 UHM200306 [ ]
o 0.4 0/-0.012 - 6 h6 0.6 50 2 UHM200406 [ ]
5 0.5 0/-0.012 0.05 +0.010 6 h6 0.7 50 2 UHM200506 [ ]
; 0.6 0/-0.012 0.05 +0.010 6 h6 0.9 50 2 UHM200606 [ ]
- 0.8 0/-0.012 0.05 +0.010 6 h6 1.2 50 2 UHM200806 [ ]
a 1 0/-0.012 0.1 +0.010 6 h6 15 50 2 UHM201006 [ ]
15 0/-0.012 0.15 +0.010 6 h6 2.2 50 2 UHM201506 [ ]
2 0/-0.012 0.15 +0.010 6 h6 2.2 50 2 UHM202006 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Corner radius

UHM206

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SLOTTING

Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.3 0.02 0.004 0.004 0.003 0.003
0.4 0.02 0.006 0.005 0.005 0.004
0.5 0.03 0.007 0.006 0.006 0.005
0.6 0.03 0.008 0.007 0.006 0.006
0.8 0.04 0.010 0.009 0.008 0.007
1 0.05 0.012 0.011 0.010 0.008
1.5 0.08 0.025 0.023 0.020 0.018
2 0.10 0.030 0.027 0.024 0.021

OSAWA | SORMA CUTTING SOLUTIONS
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

UH211 - _°
o= |
ApMx| ‘
LU
© Cylindrical shank LF
° 2F
 Extended and reduced neck [@ 1
© Corner radius W
3 3
g hAd pAg *
w
2 NMG 77
- T w || | L8]] P
- FHA 40°| |RADIUS | | ZEFP 2| EMIGIF
DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP n::lijO' nl;l:o u=l1-l°130' ul;lio nl;l;c, EDP no. Stock
1 0/-0.012) 0.1 |0/-0.010 4 2 4 0.95 50 2 4.36 46 4.86 516 5.89 | UH2110100104 )
o 1 0/-0.012 0.1 0/-0.0100 4 2 6 0.95 50 2 6.46 6.82 7.21 7.66 8.74 | UH2110100106 [
g 1 0/-0.012) 0.1 |0/-0.010 4 2 8 09 50 2 8.45 8.73 9 9.27 9.81 | UH2110100108 [
z 1 0/-0.012| 02 |0/-0.010 4 2 4 0.95 50 2 4.36 4.6 4.86 516 5.89 | UH2110100204 [
- 1 0/-0.012| 0.2 [0/-0.010 4 2 8 0.95 50 2 8.57 9.04 9.56 | 10.15 | 11.18 | UH2110100208 )
a 1 0/-0.012 0.3 0/-0.0100 4 2 4 09 50 2 4.31 4.44 457 47 4.97 | UH2110100304 [ ]
1 0/-0.012) 0.3 |0/-0.010 4 2 8 0.95 50 2 8.57 9.04 9.56 | 10.15 | 11.18 | UH2110100308 [
15 10/-0.012| 0.1 |0/-0.010f 4 25 6 1.45 50 2 6.3 6.52 6.75 7.01 7.57 | UH2110150106 [
<] 15 10/-0.012| 0.1 |0/-0.0100 4 25 10 1.45 50 2 1043 | 108 | 1119 | 11.61 | 12,55 | UH2110150110 )
E' 15 10/-0012] 02 0/-0.010 4 25 8 1.45 50 2 8.37 8.66 8.97 9.31 10.06 | UH2110150208 [ ]
% 15 10/-0.012] 02 0/-0.0100 4 2.5 12 1.45 50 2 125 | 1294 | 134 | 1391 | 15.03 | UH2110150212 [
§ 2 0/-0.012 01 |0/-0.010 4 3 6 1.95 50 2 6.3 6.52 6.75 7.01 7.57 | UH2110200106 [
g 2 0/-0.012 01 |0/-0.010 4 3 12 1.95 50 2 125 | 1294 | 134 | 1391 | 15.03 | UH2110200112 )
= 2 0/-0.012, 02 |0/-0.010 4 3 6 1.95 50 2 6.3 6.52 6.75 7.01 7.57 | UH2110200206 [
2 0/-0012 02 |0/-0.010 4 3 12 1.95 50 2 125 | 1294 | 134 | 1391 | 15.03 | UH2110200212 [
2 0/-0012 03 |0/-0.010 4 3 8 1.95 50 2 8.37 8.66 8.97 9.31 10.06 | UH2110200308 [
. 2 0/-0012] 03 |0/-0.010 4 3 12 1.95 50 2 125 | 1294 | 134 | 1391 | 15.03 | UH2110200312 [
g 2 0/-0.012, 03 |0/-0.010/ 4 3 16 1.95 50 2 16.64 | 1721 | 17.84 | 185 - UH2110200316 [
= 2 0/-0012] 05 |0/-0.010 4 3 6 1.95 50 2 6.3 6.52 6.75 7.01 7.57 | UH2110200506 [
ugJ 2 0/-0012] 05 |0/-0.010 4 3 12 1.95 50 2 125 | 1294 | 134 | 1391 | 15.03 | UH2110200512 [
- 3 100012 03 |0/-0.010 6 45 10 2.8 55 2 1071 | 11.04 | 11.38 | 11.72 | 124 | UH2110300310 )
- 3 0/-0.012, 03 |0/-0.010 6 45 16 2.85 55 2 16.83 | 17.41 | 18.04 | 18.72 | 20.24 | UH2110300316 )
3 10/-0012] 05 |0/-0.010 6 45 10 2.85 55 2 10.63 11 11.39 | 11.82 | 12.78 | UH2110300510 [ ]
3 100012 05 |0/-0.010 6 45 16 2.85 55 2 16.83 | 17.41 | 18.04 | 1872 | 20.24 | UH2110300516 [
@ 4 100012 02 |0/-0.010 6 6 20 3.85 60 2 2096 | 21.69 | 2248 | 23.32 - UH2110400220 )
% 4 0/-0012 03 |0/-0.010/ 6 6 12 3.85 55 2 1269 | 13.14 | 1361 | 1412 | 1527 | UH2110400312 )
= 4 10/-0012] 03 |0/-0.010 6 6 20 3.85 60 2 2096 | 21.69 | 2248 | 23.32 - UH2110400320 [
g 4 10/-0012] 05 |0/-0.010 6 6 12 3.85 55 2 1269 | 1314 | 1361 | 1412 | 1527 | UH2110400512 [
j 4 10/-0012] 05 |0/-0.010 6 6 20 3.85 60 2 2096 | 21.69 | 2248 | 23.32 - UH2110400520 [
4 100012 1 0/-0.010/ 6 6 16 3.85 55 2 16.83 | 17.41 | 18.04 | 18.72 - UH2110401016 )
6 0/-0015 05 [0/-0.010 6 9 15 5.85 60 2 - - - UH2110600520 [ ]
6 0/-0015 1 0/-0.010 6 9 15 5.85 60 2 - - - - UH2110601020 [
6 00015/ 2 |0/-0.010 6 9 15 5.85 60 2 - - - - UH2110602020 [

* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

J312 OSAWA | SORMA CUTTING SOLUTIONS



UH (<7OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH211
R BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D | 0.05 0.012 0.011 0.010 0.008
1 <8D | 0.04 0.010 0.009 0.008 0.007
<10D | 0.04 0.008 0.008 0.007 0.006
<12D | 0.03 0.007 0.006 0.005 0.005
<6D | 0.08 0.025 0.023 0.020 0.018
<8D | 0.06 0.021 0.019 0.017 0.015
15 L=< 10D | 0.05 0.018 0.016 0.014 0.012
<12D | 0.04 0.014 0.012 0.011 0.010
<150 | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
<60 | 0.10 0.030 0.027 0.024 0.021
<8D | 0.09 0.026 0.023 0.020 0.018
9 <10D | 0.07 0.021 0.019 0.017 0.015
<12D | 0.06 0.017 0.015 0.013 0.012
<15D | 0.05 0.014 0.012 0.011 0.009
>15D | 0.03 0.009 0.008 0.007 0.006
SOUSEHE <6D | 013 0.035 0.032 0.028 0.025
<8D | 0.11 0.030 0.027 0.024 0.021
95 |5 10D | 0.09 0.025 0.022 0.020 0.017
<120 | 0.07 0.019 0.017 0.015 0.013
<15D | 0.06 0.016 0.014 0.013 0.011
>15D | 0.04 0.011 0.009 0.008 0.007
<6D | 015 0.040 0.036 0.032 0.028
<8D | 013 0.034 0.031 0.027 0.024
3 <10D | 0.1 0.028 0.025 0.022 0.020
<12D | 0.08 0.022 0.020 0.018 0.015
<15D | 0.07 0.018 0.016 0.014 0.013
>15D | 0.05 0.012 0.011 0.010 0.008
<60 | 020 0.050 0.045 0.040 0.035
<8D | 017 0.043 0.038 0.034 0.030
4 <10D | 0.14 0.035 0.032 0.028 0.025
<120 | 0.11 0.028 0.025 0.022 0.019
<15D | 0.09 0.023 0.020 0.018 0.016
>15D | 0.06 0.015 0.014 0.012 0.011
<60 | 030 0.070 0.063 0.056 0.049
<8D | 026 0.060 0.054 0.048 0.042
6 <10D | 0.21 0.049 0.044 0.039 0.034
<120 | 017 0.039 0.035 0.031 0.027
>15D | 0.14 0.032 0.028 0.025 0.022
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

UH212 . _*®
o= |
ApMx| ‘
LU
© Cylindrical shank LF
o 2 flutes
 Extended and reduced neck 1
® Corner radius W ;
2 s
g *
w
2 NMG 77
- T w || | L8]] P
- FHA 40°| |RADIUS | | ZEFP 2| EMIGIF
DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP n::lijO' nl;l:c u=l1-l°130' ul;go nl;l;l;o EDP no. Stock
0.2 |0/-0.010/ 0.02 |0/-0.010/ 4 0.3 0.5 0.16 50 2 0.57 0.59 0.6 0.62 0.66 | UH21200202005 ®
o 0.2 0/-0.010/ 0.02 |0/-0.010 4 0.3 1 0.16 50 2 1.09 112 1.16 1.19 1.26 | UH2120020201 ®
5 0.2 |0/-0.010, 0.02 |0/-0.010| 4 0.3 15 0.16 50 2 16 1.65 1.7 1.76 1.86 | UH21200202015 [ ]
2 0.3 |0/-0.010/ 0.05 |0/-0.010/ 4 0.4 1 0.26 50 2 1.09 112 1.15 1.19 1.26 | UH21200300501 [
- 0.3 |0/-0.010/ 0.05 |0/-0.010/ 4 0.4 2 0.26 50 2 2.12 2.19 2.26 2.32 2.46 | UH21200300502 )
a 0.3 0/-0.010/ 0.03 |0/-0.010/ 4 0.4 3 0.26 50 2 3.15 3.25 3.36 3.46 3.66 | UH21200300303 [ ]
0.3 ]0/-0.010, 0.05 |0/-0.010| 4 0.4 3 0.26 50 2 3.15 3.25 3.36 3.46 3.66 | UH21200300503 [ ]
04 10/-0.010, 0.05 |0/-0.010/ 4 0.6 2 0.37 50 2 212 2.19 2.26 2.32 2.46 | UH21200400502 ®
<] 0.4 10/-0.010/ 0.03 |0/-0.010/ 4 0.6 3 0.37 50 2 3.15 3.25 3.36 3.46 3.66 | UH21200400303 )
El 04 0/-0.010/ 0.05 |0/-0.010 4 0.6 3 0.37 50 2 3.15 3.25 3.36 3.46 3.66 | UH21200400503 [ ]
% 04 10/-0.010, 0.03 |0/-0.010/ 4 0.6 4 0.37 50 2 419 4.32 4.46 4.59 4.86 | UH21200400304 [ ]
a8 04 10/-0.010, 0.05 |0/-0.010/ 4 0.6 4 0.37 50 2 419 432 4.46 4.59 4.86 | UH21200400504 [
E 0.4 10/-0.010/ 0.03 |0/-0.010/ 4 0.6 5 0.37 50 2 5.22 5.39 5.56 573 6.07 | UH21200400305 )
z 04 0/-0.010/ 0.05 |0/-0.010/ 4 0.6 5 0.37 50 2 5.22 5.39 5.56 573 6.07 | UH21200400505 [
05 |0/-0.010, 0.05 |0/-0.010] 4 0.7 2 0.45 50 2 2.16 2.23 2.29 2.36 2.5 | UH21200500502 [
05 |0/-0.010, 0.05 |0/-0.010/ 4 0.7 4 0.45 50 2 4.22 4.36 45 4.63 4.9 | UH21200500504 [
. 0.5 |0/-0.010/ 0.05 |0/-0.010/ 4 0.7 6 0.45 50 2 6.29 6.49 6.7 6.9 7.31 | UH21200500506 [
g 0.5 10/-0.010/ 0.05 |0/-0.010 4 0.7 8 0.45 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200500508 [ ]
= 0.6 |0/-0.010, 0.05 |0/-0.010/ 4 0.9 2 0.55 50 2 2.16 2.23 2.29 2.36 2.5 | UH21200600502 ®
ué 0.6 |0/-0.010, 0.05 |0/-0.010/ 4 0.9 4 0.55 50 2 4.22 4.36 45 4.63 4.9 | UH21200600504 ®
- 0.6 |0/-0.010/ 0.05 |0/-0.010| 4 0.9 6 0.55 50 2 6.29 6.49 6.7 6.9 7.31 | UH21200600506 )
- 0.6 0/-0.010/ 0.05 |0/-0.010/ 4 0.9 8 0.55 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200600508 [ ]
0.6 |0/-0.010, 0.05 |0/-0.010] 4 0.9 10 0.55 50 2 1043 | 1076 | 111 11.44 | 12.12 | UH21200600510 ®
0.7 |0/-0.010/ 0.1 |0/-0.010 4 1 2 0.65 50 2 2.16 2.22 2.29 2.36 2.49 | UH21200701002 ®
@ 0.7 |0/-0.010/ 0.08 |0/-0.010/ 4 1 4 0.65 50 2 4.22 4.36 4.49 4.63 4.9 | UH21200700804 )
% 0.7 |0/-0.010/ 0.1 0/-0.010 4 1 4 0.65 50 2 4.22 4.36 4.49 4.63 4.9 | UH21200701004 )
= 0.7 0/-0.010/ 0.1 |0/-0.010 4 1 6 0.65 50 2 6.29 6.49 6.69 6.9 7.3 | UH21200701006 ®
g 0.7 |0/-0.010/ 0.1 |0/-0.010| 4 1 8 0.65 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200701008 ®
j 0.7 |0/-0.010/ 0.1 |0/-0.010/ 4 1 10 0.65 50 2 1042 | 1076 | 111 11.44 | 1211 | UH21200701010 ®
0.8 |0/-0.010f 0.1 |0/-0.010 4 12 4 0.75 50 2 4.22 4.36 4.49 4.63 4.9 | UH21200801004 ®
0.8 0/-0.010/ 0.08 |0/-0.010/ 4 12 6 0.75 50 2 6.29 6.49 6.69 6.9 7.3 | UH21200800806 [
0.8 |0/-0.010, 0.1 |0/-0.010 4 12 6 0.75 50 2 6.29 6.49 6.69 6.9 7.3 | UH21200801006 [
0.8 |0/-0.010, 0.08 |0/-0.010| 4 12 8 0.75 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200800808 [
0.8 |0/-0.010, 0.1 |0/-0.010/ 4 12 8 0.75 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200801008 )
0.8 0/-0.010/ 0.08 |0/-0.010/ 4 12 10 0.75 50 2 1042 | 1076 | 111 11.44 | 1211 | UH21200800810 [ J
0.8 |0/-0.010/ 0.1 |0/-0.010 4 12 10 0.75 50 2 1042 | 1076 | 111 11.44 | 1211 | UH21200801010 [
0.8 |0/-0.010, 0.1 |0/-0.010/ 4 12 12 0.75 50 2 1249 | 129 13.3 13.7 | 1451 | UH21200801012 ®
09 |0/-0.010, 0.08 |0/-0.010/ 4 14 6 0.85 50 2 6.29 6.49 6.69 6.9 7.3 | UH21200900806 )
09 |0/-0.010f 0.1 |0/-0010f 4 14 6 0.85 50 2 6.29 6.49 6.69 6.9 7.3 | UH21200901006 [
09 |0/-0.010, 0.08 |0/-0.010/ 4 1.4 8 0.85 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200900808 [
09 |0/-0.010/ 0.1 |0/-0.010/ 4 14 8 0.85 50 2 8.36 8.63 8.9 9.17 9.71 | UH21200901008 [
09 |0/-0.010/ 0.08 |0/-0.010/ 4 14 10 0.85 50 2 1042 | 1076 | 111 11.44 | 1211 | UH21200900810 )
09 |0/-0.010f 0.1 |0/-0.010 4 1.4 10 0.85 50 2 1042 | 1076 | 111 11.44 | 1211 | UH21200901010 [ ]
09 |0/-0.010, 0.08 |0/-0.010/ 4 14 15 0.85 50 2 1559 | 161 16.6 | 1711 | 18.12 | UH21200900815 [ ]
09 |0/-0.010, 0.1 |0/-0.010 4 14 15 0.85 50 2 1559 | 161 16.6 | 17.11 | 18.12 | UH21200901015 [

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

UH212 RN
— Y DCON
ores=—T] | 1%%
Apmy| ! ‘ a
LU —
o
© Cylindrical shank LF (77)
o 2 flutes -
 Extended and reduced neck
© Corner radius
LU 2
— 4
¥ W * E
a
= a
OSAWA NMG <70 7 Zé@ g@ 2
NORM UH HRC /A %
FHA 40°| |RADIUS| | ZEFP 2| EUGIG] |
==
LU LU LU LU LU
DC DCtol. RE | REtol. DCON | APMX LU DN LF ZEFP a=30'  a=1° a=1°30' a=2° @ q=3° EDP no. Stock
1 0/-0.015 0.1 0/-0.010 15 6 0.95 50 6.39 6.59 6.8 7 7.41 | UH2120100106 [ ]
1 0/-0.015 0.1 0/-0.010 15 8 0.95 50 8.45 8.73 9 9.27 9.81 | UH2120100108 o
-
1 0/-0.015 0.1 0/-0.010 15 10 0.95 50 1052 | 1086 | 11.2 | 1154 | 12.22 | UH2120100110 =
1 0/-0.015 0.1 0/-0.010 15 12 0.95 50 12,59 | 1299 | 134 | 1381 | 14.62 | UH2120100112 ;
1 0/-0.015 0.1 0/-0.010 15 14 0.95 50 14.66 | 1513 | 156 | 16.08 | 17.03 | UH2120100114 -
1 0/-0.015 0.1 0/-0.010 15 16 0.95 50 16.72 | 17.26 | 17.8 | 1835 | 19.43 | UH2120100116

12 100015 0.1 |0/-0.010 1.8 6 115 50 6.39 6.59 6.8 7 7.41 | UH2120120106

12 10/-0.015 0.1 |0/-0.010 1.8 8 115 50 8.45 8.73 9 9.27 9.81 | UH2120120108

12 ]0/-0.015 0.1 ]0/-0.010 1.8 10 115 50 1052 | 1086 | 11.2 | 1154 | 12.22 | UH2120120110

12 ]0/-0.015 0.1 ]0/-0.010 1.8 12 1.15 50 1259 | 1299 | 134 | 1381 | 14.62 | UH2120120112

14 100015 0.1 0/-0.010 2.1 6 1.35 50 6.38 6.59 6.79 6.99 7.4 | UH21201401006

14 10/-0.015/ 0.15 |0/-0.010 2.1 8 1.35 50 8.45 8.72 8.99 9.26 9.8 | UH21201401508

14 10/-0.015 0.1 ]0/-0.010 2.1 8 1.35 50 8.45 8.72 8.99 9.26 9.8 | UH21201401008

14 10/-0.015 0.1 ]0/-0.010 2.1 10 1.35 50 10.52 | 10.86 | 11.19 | 11.53 | 12.21 | UH21201401010
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1.4 10/-0.015/ 0.15 |0/-0.010 2.1 12 1.35 50 1259 | 1299 | 134 13.8 | 14.61 | UH21201401512

14 10/-0015/ 0.1 |0/-0.010 2.1 12 1.35 50 1259 | 1299 | 134 13.8 | 14.61 | UH21201401012

14 10/-0.015/ 0.15 |0/-0.010 2.1 14 1.35 50 14.65 | 1513 | 1566 | 16.07 | 17.02 | UH21201401514

%)
14 10/-0.015 0.1 ]0/-0.010 2.1 14 1.35 50 14.65 | 1513 | 1566 | 16.07 | 17.02 | UH21201401014 g
1.4 10/-0.015/ 0.15 |0/-0.010 2.1 16 1.35 50 1672 | 1726 | 17.8 | 18.34 | 19.42 | UH21201401516 2
14 100015/ 0.1 |0/-0.010 2.1 16 1.35 50 16.72 | 1726 | 17.8 | 1834 | 19.42 | UH21201401016 ué
15 10/-0.015/ 0.15 |0/-0.010 2.3 6 1.45 50 6.38 6.59 6.79 6.99 7.4 | UH21201501506 b
15 ]0/-0.015 0.15 [0/-0.010 2.3 8 1.45 50 8.45 8.72 8.99 9.26 9.8 | UH21201501508 -
15 ]0/-0.015/ 0.15 |0/-0.010 2.3 10 1.45 50 1052 | 10.86 | 11.19 | 1153 | 12.21 | UH21201501510

15 10/-0.015/ 0.15 |0/-0.010 2.3 12 1.45 50 1259 | 1299 | 134 13.8 | 14.61 | UH21201501512

15 10/-0.015/ 0.15 |0/-0.010 2.3 14 1.45 50 14.65 | 1513 | 166 | 16.07 | 17.02 | UH21201501514 @
15 ]0/-0.015 0.15 |0/-0.010 2.3 16 1.45 50 16.72 | 17.26 | 17.8 | 1834 | 19.42 | UH21201501516 %
15 ]0/-0.015/ 0.15 |0/-0.010 2.3 18 1.45 60 18.79 | 19.39 20 20.61 | 21.82 | UH21201501518 a
15 10/-0.015/ 0.15 |0/-0.010 2.3 20 1.45 50 20.86 | 2153 | 222 | 2288 | 24.23 | UH21201501520 g
16 0/-0.015 0.2 |0/-0.010 2.4 6 1.55 50 6.38 6.59 6.79 6.99 7.4 | UH21201602006 j

16 |0/-0.015 0.15 |0/-0.010 2.4 8 1.55 50 8.45 8.72 8.99 9.26 9.8 | UH21201601508

16 100015/ 0.2 |0/-0.010 2.4 8 1.55 50 8.45 872 | 899 | 926 9.8 | UH21201602008

16 0/-0.015/ 0.15 |0/-0.010 2.4 10 1.55 50 1052 | 10.86 | 11.19 | 11.53 | 12.21 | UH21201601510

16 0/-0.015] 0.2 |0/-0.010 2.4 10 1.55 50 10.52 | 10.86 | 11.19 | 1163 | 12.21 | UH21201602010

16 |0/-0.015 0.15 |0/-0.010 2.4 12 1.55 50 1259 | 1299 | 134 13.8 | 14.61 | UH21201601512

16 |0/-0.015 0.2 |0/-0.010 2.4 12 1.55 50 1259 | 1299 | 134 13.8 | 14.61 | UH21201602012

16 0/-0.015/ 0.15 |0/-0.010 2.4 14 1.55 50 1465 1513 | 156 | 16.07 = 17.02 | UH21201601514

16 0/-0.015/ 0.2 |0/-0.010 2.4 14 1.55 50 14.65 | 1513 | 1566 | 16.07 | 17.02 | UH21201602014

16 |0/-0.015 0.15 [0/-0.010 2.4 16 1.55 50 16.72 | 1726 | 17.8 | 1834 | 19.42 | UH21201601516

16 |0/-0.015 0.2 [0/-0.010 2.4 16 1.55 50 16.72 | 17.26 | 17.8 | 18.34 | 19.42 | UH21201602016

16 0/-0.015/ 0.15 |0/-0.010 2.4 18 1.55 60 18.79 | 19.39 20 20.61 | 21.82 | UH21201601518

16 0/-0.015/ 0.2 |0/-0.010 2.4 18 1.55 50 18.79 | 19.39 20 20.61 | 21.82 | UH21201602018

16 |0/-0.015 0.15 |0/-0.010 2.4 20 1.55 60 20.86 | 2153 | 222 | 2288 | 24.23 | UH21201601520

16 |0/-0.015 0.2 |0/-0.010 2.4 20 1.55 50 20.86 | 2153 | 222 | 2288 | 24.23 | UH21201602020

18 10/-0.015/ 0.2 |0/-0.010 2.7 6 1.75 50 6.38 6.58 6.79 6.99 7.39 | UH2120180206

G G NG I NG (O S G SO N (O (SO SR S SO NG (O SR O 1 N N (O G Gl NG I NG G SO G NGO [ NG (O S G N NG (O (SO G I SO O NGO O S IO I N I S
RN RN R R N N R R R R N R R N N N R R R N N N R R N N N N R R AN R N R R R AR N SR RN R F SR N RN
ONE BN BN BN BN BN BN BN BE BN BN BN BE BN NN BN BN BN BEONN BN BEORK REONN BN NN BN BE BN BEONK BN BN NN BNOREORK REONN BN BN BN J

18 100015 0.2 |0/-0.010 2.7 8 175 50 8.45 8.72 8.99 9.26 9.79 | UH2120180208

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

UH212 5t

apmx| ! ‘

LU

LF

© Cylindrical shank

o 2 flutes

 Extended and reduced neck
© Corner radius

g o
= *
[=}
w
2 NMG 70 vl ZK
@ OSAWA < g@
S norm | | UH HRC /
. FHA 40°| |RADIUS | |ZEFP 2| I
p= =
W w | w  w | w
DC  DCtol RE | REfol DCON APMX LU DN | LF  ZEFP | o0 o oo ge3 EDP no. Stock
18 00015 02 |0-0010 27 | 10 | 175 | 50 1052 | 10.85 | 1119 | 1152 | 122 | UH2120180210 °
" 18 00015 02 |0/-0010 27 | 12 | 175 | 50 1258 | 1299 | 13.39 | 1379 146 | UH2120180212
)
= 18 00015 02 |0/-0010 27 | 14 | 175 | 50 1465 | 1512 | 1559 | 16.06 | 17.01 | UH2120180214
2 18 00015 02 |0/-0010 27 | 16 | 175 | 50 1672 | 17.26 | 17.79 | 1833 | 19.41 | UH2120180216
p= =

18 ]0/-0.015 0.2 |0/-0.010
18 |0/-0.015 0.2 |0/-0.010
0/-0.015/ 0.2 |0/-0.010
0/-0.015/ 0.2 |0/-0.010

2.7 18 175 60
2.7 20 175 60
6 1.95 50
8 1.95 50

18.79 | 19.39 20 20.6 | 21.81 | UH2120180218
20.85 | 2163 | 222 | 2287 | 24.22 | UH2120180220
6.38 6.58 6.79 6.99 7.39 | UH2120200206
8.45 8.72 8.99 9.26 9.79 | UH2120200208

0/-0.025| 0.3 0/-0.015
0/-0.025/ 0.3 |0/-0.015
0/-0.025/ 0.3 |0/-0.015
0/-0.025/ 0.3 |0/-0.015
0/-0.025 0.4 0/-0.015
0/-0.025 0.4 0/-0.015

16 2.85 60
18 2.85 60
20 2.85 60
25 2.85 75
10 3.85 60
15 3.85 60

16.91 | 17.45 | 17.99 | 1853 | 19.61 | UH2120300316
18.98 | 19.58 | 20.19 | 20.8 | 22.02 | UH2120300318
21.04 | 2172 | 22.39 | 2307 | 24.42 | UH2120300320
2621 | 27.05 | 279 | 2874 | 30.43 | UH2120300325
109 | 1124 | 1158 | 11.92 | 126 | UH2120400410
16.06 | 16.57 | 17.08 | 17.59 | 18.61 | UH2120400415

2 3

2 3
<] 2 0/-0.015] 0.2 |0/-0.010 3 10 1.95 50 1052 | 10.85 | 11.19 | 11.52 12.2 | UH2120200210
E' 2 0/-0.015] 0.2 |0/-0.010 3 12 1.95 50 1258 | 1299 | 13.39 | 13.79 14.6 | UH2120200212
% 2 0/-0.015] 0.2 |0/-0.010 3 14 1.95 50 1465 | 1512 | 1559 | 16.06 & 17.01 | UH2120200214
§ 2 0/-0.015] 0.2 |0/-0.010 3 16 1.95 50 16.72 | 17.26 | 17.79 | 18.33 | 19.41 | UH2120200216
g 2 0/-0.015] 0.2 |0/-0.010 3 18 1.95 60 18.79 | 19.39 20 20.6 21.81 | UH2120200218
= 2 0/-0.015] 0.2 |0/-0.010 3 20 1.95 60 20.85 | 21.53 22.2 22.87 - UH2120200220

2 0/-0.015] 0.2 |0/-0.010 3 25 1.95 75 26.02 | 26.86 277 28.54 - UH2120200225

2 0/-0.015| 0.2 |0/-0.010 3 30 1.95 75 31.19 32.2 33.21 - - UH2120200230
- 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 8 2.4 50 8.45 8.71 8.98 9.24 9.77 | UH2120250308
g 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 10 2.4 50 1051 | 10.85 | 11.18 | 11.51 | 1218 | UH2120250310
2 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 12 2.4 50 1258 | 1298 | 1338 | 13.78 = 14.58 | UH2120250312
; 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 14 2.4 50 1465 | 1512 | 1558 | 16.05 - UH2120250314
- 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 16 2.4 50 16.72 | 17.25 | 17.78 | 18.32 - UH2120250316
- 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 18 2.4 60 18.78 | 19.38 | 19.99 | 20.59 - UH2120250318

2.5 0/-0.020/ 0.3 |0/-0.015 3.7 20 2.4 60 20.85 | 2152 | 2219 | 22.86 - UH2120250320
25 0/-0.020/ 0.3 |0/-0.015 3.7 25 2.4 60 26.02 | 26.86 | 27.69 - - UH2120250325

@ 2.5 0/-0.020/ 0.3 |0/-0.015 3.7 30 2.4 75 3119 | 3219 - - - UH2120250330
% 3 ]0/-0.025 0.3 |0/-0.015 45 8 2.85 50 8.64 8.91 9.18 9.45 10 | UH2120300308
5 3 0/-0.025| 0.3 |0/-0.015 45 10 2.85 50 1071 | 11.04 | 11.38 | 11.72 12.4 | UH2120300310
g 3 0/-0.025| 0.3 |0/-0.015 45 12 2.85 50 12,77 | 1318 | 13.59 | 13.99 14.8 | UH2120300312
j 3 0/-0.025| 0.3 |0/-0.015 45 14 2.85 50 1484 | 1531 | 1579 | 16.26 = 17.21 | UH2120300314

3 4.5

3 45

3 45

3 45

4 45

4 45

4 45

4 45

4 45

4

oo o|loo o|lo|o ool olsaslsalsalsasslnlsnlsalssslsslasslslssssss
RN N N R N N R R R R N N R R R R N R R R R R R R R N R RN R R RN U RN CR ECR RN
[ BN BN BN BN BN BN BN BE BEONE BEORK BN BN BN BN BN BN BN BN BN BN BE BN BN BN BN BN BN BN BN BN BN BN BN BE BEO]

0/-0.025/ 0.4 |0/-0.015 20 3.85 60 21.23 | 2191 | 2259 | 2327 - UH2120400420
0/-0.025/ 0.4 0/-0.015 25 3.85 75 26.4 | 2725 | 28.09 | 28.94 - UH2120400425
0/-0.025/ 0.4 0/-0.015 30 3.85 75 31.57 | 3258 | 336 - - UH2120400430
0/-0.025/ 0.4 0/-0.015 45 40 3.85 75 419 | 4325 - - - UH2120400440

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH212
G T o | o« | es | 2 | < I o« it faf s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.01 0.003 0.003 0.002 0.002
0.2 <8D 0.01 0.003 0.002 0.002 0.002
’ <10D | 0.01 0.002 0.002 0.002 0.001
<120 | 0.01 0.002 0.001 0.001 0.001
<6D 0.02 0.004 0.004 0.003 0.003
03 <8D 0.01 0.003 0.003 0.003 0.002
’ <100 | 0.01 0.003 0.003 0.002 0.002
<120 | 0.01 0.002 0.002 0.002 0.002
<6D 0.02 0.006 0.005 0.005 0.004
04 <8D 0.02 0.005 0.005 0.004 0.004
<100 | 0.01 0.004 0.004 0.003 0.003
<120 | 0.01 0.003 0.003 0.003 0.002
<6D 0.03 0.007 0.006 0.006 0.005
0 <8D 0.02 0.006 0.005 0.005 0.004
S <10D | 0.02 0.005 0.004 0.004 0.003
<12D | 0.01 0.004 0.003 0.003 0.003
<6D 0.03 0.008 0.007 0.006 0.006
06 <8D 0.03 0.007 0.006 0.005 0.005
’ <100 | 0.02 0.006 0.005 0.004 0.004
<120 | 0.02 0.004 0.004 0.004 0.003
<6D 0.04 0.010 0.009 0.008 0.007
SQUARE RIB 08 <8D 0.03 0.009 0.008 0.007 0.006
<10D | 0.03 0.007 0.006 0.006 0.005
<120 | 0.02 0.006 0.005 0.004 0.004
<6D 0.05 0.012 0.011 0.010 0.008
1 <8D 0.04 0.010 0.009 0.008 0.007
<10D | 0.04 0.008 0.008 0.007 0.006
<12D | 0.03 0.007 0.006 0.005 0.005
<6D 0.06 0.022 0.020 0.018 0.015
12 <8D 0.05 0.019 0.017 0.015 0.013
’ <10D | 0.04 0.015 0.014 0.012 0.011
<120 | 0.03 0.012 0.011 0.010 0.008
<6D 0.07 0.024 0.022 0.019 0.017
<8D 0.06 0.020 0.018 0.016 0.014
14 L= 10D | 0.05 0.017 0.015 0.013 0.012
<120 | 0.04 0.013 0.012 0.011 0.009
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.007 0.006 0.006 0.005
<6D 0.08 0.025 0.023 0.020 0.018
<8D 0.06 0.021 0.019 0.017 0.015
15 <10D | 0.05 0.018 0.016 0.014 0.012
<120 | 0.04 0.014 0.012 0.011 0.010
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
<6D 0.08 0.026 0.023 0.021 0.018
<8D 0.07 0.022 0.020 0.018 0.015
16 <10D | 0.06 0.018 0.016 0.015 0.013
<120 | 0.04 0.014 0.013 0.011 0.010
<150 | 0.04 0.012 0.011 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
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UH (<7OHRC) and MH (30+70HRC) Corner radius

UH212

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SQUARE RIB

G T o | o+ | es | 2 | < I o | it faf s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.01 0.003 0.003 0.002 0.002
0.2 <8D 0.01 0.003 0.002 0.002 0.002
’ <10D | 0.01 0.002 0.002 0.002 0.001
<120 | 0.01 0.002 0.001 0.001 0.001
<6D 0.02 0.004 0.004 0.003 0.003
03 <8D 0.01 0.003 0.003 0.003 0.002
’ <100 | 0.01 0.003 0.003 0.002 0.002
<120 | 0.01 0.002 0.002 0.002 0.002
<6D 0.02 0.006 0.005 0.005 0.004
04 <8D 0.02 0.005 0.005 0.004 0.004
<100 | 0.01 0.004 0.004 0.003 0.003
<120 | 0.01 0.003 0.003 0.003 0.002
<6D 0.03 0.007 0.006 0.006 0.005
05 <8D 0.02 0.006 0.005 0.005 0.004
<10D | 0.02 0.005 0.004 0.004 0.003
<12D | 0.01 0.004 0.003 0.003 0.003
<6D 0.03 0.008 0.007 0.006 0.006
06 <8D 0.03 0.007 0.006 0.005 0.005
’ <100 | 0.02 0.006 0.005 0.004 0.004
<120 | 0.02 0.004 0.004 0.004 0.003
<6D 0.04 0.010 0.009 0.008 0.007
08 <8D 0.03 0.009 0.008 0.007 0.006
<10D | 0.03 0.007 0.006 0.006 0.005
<120 | 0.02 0.006 0.005 0.004 0.004
<6D 0.05 0.012 0.011 0.010 0.008
1 <8D 0.04 0.010 0.009 0.008 0.007
<10D | 0.04 0.008 0.008 0.007 0.006
<12D | 0.03 0.007 0.006 0.005 0.005
<6D 0.06 0.022 0.020 0.018 0.015
12 <8D 0.05 0.019 0.017 0.015 0.013
’ <10D | 0.04 0.015 0.014 0.012 0.011
<120 | 0.03 0.012 0.011 0.010 0.008
<6D 0.07 0.024 0.022 0.019 0.017
<8D 0.06 0.020 0.018 0.016 0.014
14 L= 10D | 0.05 0.017 0.015 0.013 0.012
<120 | 0.04 0.013 0.012 0.011 0.009
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.007 0.006 0.006 0.005
<6D 0.08 0.025 0.023 0.020 0.018
<8D 0.06 0.021 0.019 0.017 0.015
15 <10D | 0.05 0.018 0.016 0.014 0.012
<120 | 0.04 0.014 0.012 0.011 0.010
<15D | 0.03 0.011 0.010 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
<6D 0.08 0.026 0.023 0.021 0.018
<8D 0.07 0.022 0.020 0.018 0.015
16 <10D | 0.06 0.018 0.016 0.015 0.013
<120 | 0.04 0.014 0.013 0.011 0.010
<150 | 0.04 0.012 0.011 0.009 0.008
>15D | 0.02 0.008 0.007 0.006 0.005
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UH (<70OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH212
G T o | o« | es | 2 | < I o« it faf s 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.09 0.028 0.025 0.022 0.020
<8D 0.08 0.024 0.021 0.019 0.017
18 <10D | 0.06 0.020 0.018 0.016 0.014
<12D | 0.05 0.015 0.014 0.012 0.011
<150 | 0.04 0.013 0.011 0.010 0.009
>15D | 0.03 0.008 0.008 0.007 0.006
<6D 0.10 0.030 0.027 0.024 0.021
<8D 0.09 0.026 0.023 0.020 0.018
2 <10D | 0.07 0.021 0.019 0.017 0.015
<12D | 0.06 0.017 0.015 0.013 0.012
<150 | 0.05 0.014 0.012 0.011 0.009
SQUARE RIB >15D | 0.03 0.009 0.008 0.007 0.006
<6D 0.13 0.035 0.032 0.028 0.025
<8D 0.1 0.030 0.027 0.024 0.021
25 <10D | 0.09 0.025 0.022 0.020 0.017
’ <120 | 0.07 0.019 0.017 0.015 0.013
<150 | 0.06 0.016 0.014 0.013 0.011
>15D | 0.04 0.011 0.009 0.008 0.007
<6D 0.15 0.040 0.036 0.032 0.028
<8D 0.13 0.034 0.031 0.027 0.024
3 <10D | 0.1 0.028 0.025 0.022 0.020
<120 | 0.08 0.022 0.020 0.018 0.015
<150 | 0.07 0.018 0.016 0.014 0.013
>15D | 0.05 0.012 0.011 0.010 0.008
<6D 0.20 0.050 0.045 0.040 0.035
<8D 0.17 0.043 0.038 0.034 0.030
4 <10D | 0.14 0.035 0.032 0.028 0.025
<120 | 0.1 0.028 0.025 0.022 0.019
<150 | 0.09 0.023 0.020 0.018 0.016
>15D | 0.06 0.015 0.014 0.012 0.011
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
AN ! _
 Cylindrical shank DCL N_I I D(Chg)N
. AP | *\
 Corner radius LF
4
E‘ % Yo *
=
2] NMG
- i P
- FHA 40°| |RADIUS| | ZEFP 2
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
1 0/-0.012 0.1 +0.010 4 h6 2 3 0.95 50 2 UHCS2010 [ ]
o 1.5 0/-0.012 0.1 +0.010 4 h6 2.5 4 1.45 50 2 UHCS2015 [}
5 2 0/-0.012 0.1 +0.010 4 h6 3 6 1.95 50 2 UHCS2020 [ ]
; 3 0/-0.012 0.1 +0.010 6 h6 45 8 2.85 55 2 UHCS2030 [ ]
- 4 0/-0.012 0.1 +0.010 6 h6 6 10 3.85 55 2 UHCS2040 [ ]
a 5 0/-0.012 0.2 +0.010 6 h6 6 11 4.85 50 2 UHCS2050 [ ]
6 0/-0.015 0.2 +0.010 6 h6 9 15 5.85 60 2 UHCS2060 [ ]
8 0/-0.015 0.2 +0.015 8 h6 12 20 7.7 70 2 UHCS2080 [ ]
10 0/-0.015 0.2 +0.015 10 h6 15 25 9.7 70 2 UHCS2100 [ ]
12 0/-0.015 0.3 +0.015 12 h6 18 30 117 80 2 UHCS2120 [ ]

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

%)
-
=
=
a
=
w
w
=
@
£
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS

J320 OSAWA | SORMA CUTTING SOLUTIONS



UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

(=]
. =
Material Group o
1S0513 EEERE EROEAE 2| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae 0.3DxD 0.2DxD 0.2DxD 0.1DxD

V¢ (m/min) 80+120 60100 50+70 30+50
DC fz fz fz fz g
(mm) (mm/z) (mm/z) (mm/z) (mm/z) g
SLOTTING 1 0.007 0.006 0.006 0.005 w
LOTTIN 2 0.012 0.011 0.010 0.008 3
3 0.017 0.015 0.014 0.012 S
4 0.023 0.021 0.018 0.016 £

5 0.030 0.027 0.024 0.021

6 0.038 0.034 0.030 0.027

8 0.050 0.045 0.040 0.035

10 0.065 0.059 0.052 0.046
12 0.080 0.072 0.064 0.056 3
&
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UH (<7OHRC) and MH (30+70HRC) Corner radius

&

SORMA

DIAMOND & CUTTING TOOLS

UHF4LN - ©
e I
Apuy| *‘
LU

 Cylindrical shank LF

© 4F Unequal Pitch o

 Extended and reduced neck r

© Corner radius W

a
*
NMG
| | UK o || )| L |4
FHA 25°| |RADIUS | |ZEFP4UP| ML

DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP u:lsjo' nl;l:c u=l1-l°130' ul;l;o nl;l;o EDP no. Stock
1 0/-0.010/ 0.1 | +0.005 4 1 4 09 50 4 4.32 4.46 4.62 4.78 5.13 | UHFALNO100104 )
1 0/-0.010/ 0.1 | +0.005 4 1 6 09 50 4 6.39 6.6 6.83 7.08 7.6 | UHF4LNO100106 [
1 0/-0.010/ 0.1 | +0.005 4 1 8 09 50 4 8.45 8.74 9.05 9.37 | 10.07 | UHF4LNO100108 [ ]
1 0/-0.010/ 0.1 | +0.005 4 1 10 09 50 4 1052 | 10.88 | 11.26 | 11.66 | 12.53 | UHFALN0100110 ®
1 0/-0.010/ 0.1 | +£0.005 4 1 12 09 50 4 1259 | 13.02 | 13.48 | 13.96 15 | UHFALN0100112 )
1 0/-0.010/ 0.1 | +0.005 4 1 14 09 50 4 1466 | 1516 | 1569 | 16.25 | 17.47 | UHFALN0O100114 [
1 0/-0.010/ 0.1 | +0.005 4 1 16 09 50 4 1672 | 173 | 17.91 | 1855 | 19.94 | UHFALNO100116 ®
1 0/-0.010/ 0.1 | +0.005 4 1 20 09 75 4 20.86 | 21.57 | 22.33 | 23.14 | 24.87 | UHFALN0100120 [
1 0/-0.010/ 0.2 | +0.005 4 1 4 09 50 4 4.32 4.46 4.61 477 5.11 | UHFALN0100204 )
1 0/-0.010/ 0.2 | +0.005 4 1 6 09 50 4 6.38 6.6 6.82 7.06 7.57 | UHFALN0100206 [
1 0/-0.010/ 0.2 | +0.005 4 1 8 09 50 4 8.45 8.73 9.04 9.35 | 10.04 | UHF4LNO100208 [ ]
1 0/-0.010/ 0.2 | +0.005 4 1 10 09 50 4 1052 | 10.87 | 11.25 | 11,65 | 1251 | UHFALN0100210 [
1 0/-0.010/ 0.2 | +0.005 4 1 12 09 50 4 1258 | 13.01 | 13.47 | 13.94 | 14.98 | UHFALN0100212 ®
1 0/-0.010/ 0.2 | +0.005 4 1 14 0.9 50 4 1465 | 1515 | 1568 | 16.24 | 17.45 | UHFALN0100214 [
1 0/-0.010/ 0.2 | +0.005 4 1 16 09 50 4 16.72 | 1729 | 17.89 | 1853 | 19.91 | UHFALN0100216 [
1 0/-0.010/ 0.2 | +0.005 4 1 20 09 60 4 20.85 | 2157 | 22.32 | 2312 | 24.85 | UHFALN0100220 ®
1 0/-0.010/ 0.3 | +0.005 4 1 6 09 50 4 6.38 6.59 6.81 7.05 7.55 | UHFALN0100306 [
1 0/-0.010/ 0.3 | +0.005 4 1 10 09 50 4 1051 | 10.87 | 11.24 | 1163 | 12.49 | UHFALN0O100310 [
1 0/-0.010/ 0.3 | +0.005 4 1 16 09 50 4 16.72 | 17.28 | 17.88 | 1852 | 19.89 | UHFALN0100316 [ ]
1 0/-0.010/ 0.3 | +0.005 4 1 20 09 60 4 20.85 | 2156 | 22.31 | 23.11 | 24.82 | UHFALN0100320 ®
15 10/-0.010, 0.1 | +£0.005 4 15 6 14 50 4 6.39 6.6 6.83 7.08 7.6 | UHFALNO150106 )
15 10/-0.010, 0.1 | +0.005 4 15 8 14 50 4 8.45 8.74 9.05 9.37 | 10.07 | UHF4LNO150108 [
15 10/-0.010, 0.1 | +0.005 4 15 12 14 50 4 1259 | 13.02 | 13.48 | 13.96 15 | UHF4LN0150112 [
15 10/-0.010, 0.1 | +0.005 4 15 16 14 50 4 16.72 | 173 | 17.91 | 1855 | 19.94 | UHFALNO150116 ®
15 10/-0.010, 0.1 | +£0.005 4 15 20 14 60 4 20.86 | 21.57 | 22.33 | 23.14 UHF4LN0150120 )
15 10/-0.010f 0.2 | +0.005 4 15 6 14 50 4 6.38 6.6 6.82 7.06 7.57 | UHFALN0150206 [
15 10/-0.010f 0.2 | +0.005 4 15 8 14 50 4 8.45 8.73 9.04 9.35 | 10.04 | UHF4LNO150208 [
15 10/-0.010, 0.2 | +0.005 4 15 10 14 50 4 1052 | 10.87 | 11.25 | 11.65 | 1251 | UHFALN0150210 [
15 10/-0.010f 0.2 | +0.005 4 15 12 14 50 4 1258 | 13.01 | 13.47 | 13.94 | 14.98 | UHFALN0150212 [
15 10/-0.010f 0.2 | +£0.005 4 15 14 14 50 4 1465 | 1515 | 1568 | 16.24 | 17.45 | UHFALN0150214 )
15 10/-0.010, 0.2 | +0.005 4 15 16 14 50 4 16.72 | 17.29 | 17.89 | 1853 | 19.91 | UHFALN0150216 [
15 10/-0.010, 0.2 | +0.005 4 15 18 14 60 4 18.79 | 1943 | 20.11 | 20.83 | 22.38 | UHFALN0150218 [
15 10/-0.010f 0.2 | +0.005 4 15 20 14 60 4 20.85 | 2157 | 22.32 | 2312 UHF4LN0150220 [
15 10/-0.010, 0.3 | £0.005 4 15 8 14 50 4 8.45 8.73 9.03 9.34 | 10.02 | UHFALNO150308 ®
15 10/-0.010f 0.3 | +0.005 4 15 16 14 50 4 16.72 | 17.28 | 17.88 | 1852 | 19.89 | UHFALN0150316 [
15 10/-0.010, 0.3 | +0.005 4 15 20 1.4 60 4 20.85 | 2156 | 22.31 | 23.11 UHF4LN0150320 [
2 0/-0.010 02 |+0.005 4 2 6 19 50 4 6.38 6.6 6.82 7.06 7.57 | UHFALN0200206 [
2 10/-0.010/ 02 | +0.005 4 2 8 19 50 4 8.45 8.73 9.04 9.35 | 10.04 | UHF4LN0200208 )
2 0/-0010 02 |+0.005 4 2 10 19 50 4 1052 | 10.87 | 11.25 | 1165 | 12,51 | UHFALN0200210 [
2 0/-0.010 02 |+0.005 4 2 12 1.9 50 4 1258 | 13.01 | 13.47 | 1394 | 14.98 | UHFALN0200212 [
2 0/-0.010 02 |=+0.005 4 2 14 19 50 4 1465 | 1515 | 1568 | 16.24 | 17.45 | UHFALN0200214 [
2 10/-0.010/ 02 |+0.005 4 2 16 19 50 4 16.72 | 17.29 | 17.89 | 18.53 UHF4LN0200216 )
2 0/-0010 02 |=+0.005 4 2 18 19 60 4 1879 | 19.43 | 20.11 | 20.83 UHF4LN0200218 [
2 0/-0.010/ 02 |+0.005 4 2 20 19 60 4 20.85 | 2157 | 2232 | 2312 UHF4LN0200220 [
2 0/-0.010 02 |=+0.005 4 2 25 19 75 4 26.02 | 26.91 | 27.86 UHF4LN0200225 [

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

UHF4LN - ©
e I
Apuy| *‘
LU

 Cylindrical shank LF

© 4F Unequal Pitch o

 Extended and reduced neck r

© Corner radius W

a
pAg pxe *
NMG
| | UK o || )| L |4
FHA 25°| |RADIUS | |ZEFP4UP| ML

DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP u:lsjo' nl;l:c u=l1-l°130' ul;l;o nl;l;o EDP no. Stock
2 100010 02 |+0.005 4 2 30 19 75 4 3119 | 3226 | 334 - UHF4LN0200230 )
2 0/-0010 03 |=0.005 4 2 8 19 50 4 8.45 8.73 9.03 9.34 | 10.02 | UHF4LN0200308 [
2 0/-0010 03 |+0.005 4 2 16 19 50 4 16.72 | 17.28 | 17.88 | 1852 UHF4LN0200316 [ ]
2 0/-0.010 03 |+0.005 4 2 20 19 60 4 20.85 | 2156 | 22.31 | 23.11 UHF4LN0200320 ®
2 0/-0.010 05 | +0.005 4 2 6 19 50 4 6.37 6.58 6.79 7.02 7.5 | UHFALN0200506 )
2 0/-0010 05 |=+0.005 4 2 8 19 50 4 8.44 8.71 9 9.31 9.97 | UHFALN0200508 [
2 0/-0010 05 | +0.005 4 2 12 19 50 4 1257 | 1299 | 1343 | 139 | 1491 | UHFALN0200512 [ ]
2 100010/ 05 | +0.005 4 2 16 19 50 4 16.71 | 17.27 | 17.86 | 18.49 UHF4LN0200516 [
2 10/-0.010 05 | +0.005 4 2 20 19 60 4 20.84 | 2155 | 2229 | 23.08 UHF4LN0200520 )
2 0/-0010 05 |=0.005 4 2 25 19 75 4 26.01 | 26.89 | 27.83 | 28.82 UHF4LN0200525 ®
2 0/-0010 05 | +0.005 4 2 30 19 75 4 3118 | 32.24 | 33.36 UHF4LN0200530 [ ]
25 10/-0.015/ 0.3 | +0.005 4 25 8 24 50 4 8.45 8.73 9.03 9.34 | 10.02 | UHF4LN0250308 [
25 10/-0.015/ 0.3 | £0.005 4 25 10 24 50 4 1051 | 10.87 | 11.24 | 11.63 | 12.49 | UHFALN0250310 )
25 10/-0.015/ 0.3 | +0.005 4 25 12 24 50 4 1258 | 13.01 | 13.45 | 13.93 UHF4LN0250312 [
25 10/-0.015/ 0.3 | +0.005 4 25 14 24 50 4 1465 | 1514 | 1567 | 16.22 UHF4LN0250314 [
25 10/-0.015/ 0.3 | £0.005 4 25 16 24 50 4 16.72 | 17.28 | 17.88 | 1852 UHF4LN0250316 [
25 10/-0.015/ 0.3 | +£0.005 4 25 18 24 60 4 18.78 | 19.42 | 201 20.81 UHF4LN0250318 ®
25 10/-0.015/ 0.3 | £0.005 4 25 20 24 60 4 20.85 | 21.56 | 22.31 UHF4LN0250320 ®
25 10/-0.015/ 0.3 | +0.005 4 25 25 24 60 4 26.02 | 2691 | 27.85 UHF4LN0250325 [
25 10/-0.015/ 0.3 | +0.005 4 2.5 30 24 75 4 3119 | 32.25 - UHF4LN0250330 [
25 10/-0.015/ 05 | +£0.005 4 25 8 24 50 4 8.44 8.71 9 9.31 9.97 | UHFALN0250508 )
25 10/-0.015/ 05 | +0.005 4 25 12 24 50 4 1257 | 1299 | 1343 | 139 UHF4LN0250512 )
25 10/-0.015/ 05 | +0.005 4 25 16 24 50 4 16.71 | 17.27 | 17.86 | 18.49 UHF4LN0250516 ®
25 10/-0.015/ 05 | +0.005 4 25 20 24 60 4 20.84 | 2155 | 22.29 UHF4LN0250520 [
25 10/-0.015/ 0.5 | +0.005 4 2.5 25 24 60 4 26.01 | 26.89 | 27.83 UHF4LN0250525 ®
25 10/-0.015/ 05 | +0.005 4 25 30 24 75 4 3118 | 32.24 - UHF4LN0250530 ®
3 0/-0015 02 |=+0.010 6 3 8 2.8 50 4 8.64 8.93 9.24 9.57 | 10.27 | UHFALN0300208 [ ]
3 100015 02 |=+0.010 6 3 10 2.8 50 4 10.71 | 11.07 | 11.46 | 11.86 | 12.73 | UHFALN0300210 [
3 100015 02 |=+0.010 6 3 12 2.8 50 4 12.78 | 1321 | 1367 | 1416 | 152 | UHFALN0300212 [
3 100015 02 |=+0.010 6 3 14 2.8 50 4 1484 | 1535 | 1589 | 16.45 | 17.67 | UHFALN0300214 )
3 100015 02 |=+0.010 6 3 16 2.8 60 4 1691 | 1749 | 181 18.74 | 20.14 | UHFALNO300216 [ ]
3 100015 02 |=+0.010 6 3 18 2.8 60 4 1898 | 19.63 | 20.31 | 21.04 | 22.6 | UHFALN0300218 [
3 100015 02 |=+0.010 6 3 20 2.8 60 4 21.05 | 21.77 | 22,53 | 23.33 | 25.07 | UHFALN0300220 [
3 100015 02 |=+0.010 6 3 25 2.8 75 4 2621 | 27.11 | 28.07 | 29.07 UHF4LN0300225 )
3 100015 03 |=+0.010 6 3 8 2.8 50 4 8.64 8.93 9.23 9.55 | 10.24 | UHFALNO300308 [ J
3 10/-0015 03 |=+0.010 6 3 10 2.8 50 4 10.71 | 11.07 | 11.45 | 11.85 | 12.71 | UHFALN0300310 ®
3 10/-0015 03 |=+0.010 6 3 12 2.8 50 4 1277 | 132 | 1366 | 14.14 | 1518 | UHFALN0300312 ®
3 100015 03 |=+0.010 6 3 14 2.8 50 4 1484 | 1534 | 1587 | 16.44 | 17.64 | UHFALN0O300314 )
3 0/-0015 03 |=+0.010 6 3 16 2.8 60 4 16.91 | 1748 | 18.09 | 18.73 | 20.11 | UHFALN0O300316 [ ]
3 100015 03 |=+0.010 6 3 18 2.8 60 4 1898 | 19.62 | 20.3 | 21.02 @ 2258 | UHFALN0300318 [
3 10/-0.015 03 |=0.010 6 3 20 2.8 60 4 21.04 | 2176 | 22,52 | 2332 | 25.05 | UHFALN0300320 [
3 0/-0.015] 03 |=+0.010 6 3 30 2.8 75 4 31.38 | 3245 | 3359 | 34.79 UHF4LN0300330 )
3 100015 05 |=+0.010 6 3 8 2.8 50 4 8.63 8.91 9.21 9.52 10.2 | UHF4LNO0300508 [ ]
3 100015 05 |=+0.010 6 3 10 2.8 50 4 107 | 11.05 1142 | 11.82 | 12.66 | UHF4LNO300510 [ ]
3 100015 05 |=+0.010 6 3 12 2.8 50 4 12.77 | 1319 | 13.64 | 1411 | 1513 | UHFALN0O300512 [

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Corner radius

&

SORMA

DIAMOND & CUTTING TOOLS

UHF4LN o *®
e I
Apuy| *‘
LU

 Cylindrical shank LF

© 4F Unequal Pitch o

 Extended and reduced neck r

© Corner radius W

a
hAd pAg *
o | UM | e | 0 L || 4
FHA 25°| |RADIUS | |ZEFP4UP| ML

DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP n:lsjo' nl;l:c u=l1-l°130' al;l;o nl;l;o EDP no. Stock
3 100015 05 |=+0.010 6 3 14 2.8 50 4 1483 | 1533 | 1585 | 16.41 17.6 | UHFALN0300514 )
3 100015 05 |=0.010 6 3 16 2.8 60 4 169 | 17.47 | 18.07 | 187 | 20.07 | UHFALNO300516 [ ]
3 100015 05 |=+0.010 6 3 18 2.8 60 4 1897 | 19.61 | 20.28 | 20.99 | 2253 | UHFALN0300518 [ ]
3 100015 05 |=+0.010 6 3 20 2.8 60 4 21.04 | 2175 | 225 | 2329 25 | UHF4LNO0300520 [
3 100015 05 |=+0.010 6 3 30 2.8 75 4 31.37 | 3244 | 3357 | 34.76 - UHF4LN0300530 )
4 10/-0015 03 |=+0.010 6 4 10 37 60 4 109 | 1126 | 11.65 | 12.06 | 12.93 | UHFALN0400310 [
4 10/-0015 03 |=+0.010 6 4 15 37 60 4 16.07 | 16.61 | 1719 | 17.79 | 191 | UHFALN0400315 [ ]
4 10/-0.015] 03 |=+0.010 6 4 20 37 60 4 2124 | 2196 | 22.72 | 2353 UHF4LN0400320 [
4 10/-0.015] 03 |=+0.010 6 4 25 37 75 4 264 | 27.31 | 28.26 UHF4LN0400325 )
4 10/-0015 03 |=0.010 6 4 32 37 75 4 33.64 | 3479 | 36.01 UHF4LN0400332 ®
4 10/-0015 03 |+0.010 6 4 40 37 75 4 4191 | 43.35 - UHF4LN0400340 ®
4 10/-0.015 05 |=+0.010 6 4 10 37 60 4 10.89 | 11.25 | 11.63 | 12.03 | 12.89 | UHFALN0400510 [
4 100015/ 05 |=+0.010 6 4 15 37 60 4 16.06 | 166 | 1717 | 17.76 | 19.06 | UHFALN0400515 )
4 10/-0015 05 |=0.010 6 4 20 37 60 4 2123 | 2194 | 227 235 UHF4LN0400520 [
4 10/-0015 05 |+0.010 6 4 25 37 75 4 264 | 2729 | 28.24 UHF4LN0400525 [
4 10/-0.015] 05 |+0.010 6 4 32 37 75 4 3363 | 34.78 | 35.99 UHF4LN0400532 [
4 10/-0.015] 05 |=+0.010 6 4 40 37 75 4 419 | 4333 - UHF4LN0400540 [

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UHF4LN
G T o | o« | es | 2 | < I o« it faf s 2| 3]
Hardness/Rm <45 HRC 4555 HRC 5560 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC LU ap fz fz fz fz
(mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D 0.05 0.010 0.009 0.008 0.007
1 <8D 0.04 0.009 0.008 0.007 0.006
<10D | 0.04 0.007 0.006 0.006 0.005
<12D | 0.03 0.006 0.005 0.004 0.004
<6D 0.08 0.021 0.019 0.017 0.015
<8D 0.06 0.018 0.016 0.014 0.013
15 <10D | 0.05 0.015 0.013 0.012 0.010
<120 | 0.04 0.012 0.011 0.009 0.008
<150 | 0.03 0.010 0.009 0.008 0.007
>15D | 0.02 0.006 0.006 0.005 0.004
<6D 0.10 0.026 0.023 0.020 0.018
<8D 0.09 0.022 0.020 0.017 0.015
9 <10D | 0.07 0.018 0.016 0.014 0.012
SQUARE RIB <12D | 0.06 0.014 0.013 0.011 0.010
<150 | 0.05 0.011 0.010 0.009 0.008
>15D | 0.03 0.008 0.007 0.006 0.005
<6D 0.13 0.030 0.027 0.024 0.021
<8D 0.1 0.025 0.023 0.020 0.018
25 <10D | 0.09 0.021 0.019 0.017 0.015
<120 | 0.07 0.016 0.015 0.013 0.011
<150 | 0.06 0.013 0.012 0.011 0.009
>15D | 0.04 0.009 0.008 0.007 0.006
<6D 0.15 0.034 0.031 0.027 0.024
<8D 0.13 0.029 0.026 0.023 0.020
3 <10D | 0.1 0.024 0.021 0.019 0.017
<120 | 0.08 0.019 0.017 0.015 0.013
<150 | 0.07 0.015 0.014 0.012 0.011
>15D | 0.05 0.010 0.009 0.008 0.007
<6D 0.20 0.043 0.038 0.034 0.030
<8D 0.17 0.036 0.033 0.029 0.025
4 <10D | 0.14 0.030 0.027 0.024 0.021
<12D | 0.1 0.023 0.021 0.019 0.016
<150 | 0.09 0.019 0.017 0.015 0.013
>15D | 0.06 0.013 0.011 0.010 0.009
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UH (<70HRC) and MH (30+70HRC) High feed ¢/SORMA

DIAMOND & CUTTING TOOLS

UHF-RT
RE DN
AN \ _
T DCON
o Cylindrical shank DCi S_r H I (h5)
o Mult lute APMX f N
 Unique corner radius design for high feed LU
machining LF
w
o | qIFW
= pAg *
[=}
2 NMG vars &
2 OSAWA <70 7 Zj %% 7
[~
S NORM UH HRC /A L]
] FHA 20°| |HIGHFEED | |ZEFP 4~6 | KM/
p= =
DC DC tol. RP DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
2 -0.014/-0.038; 0.13 6 h5 0.07 6 1.9 50 4 UHF470RT020N [ ]
o 3 -0.014/-0.038 0.19 6 h5 0.1 9 29 60 4 UHF470RTO30N [}
)
E‘ 4 -0.014/-0.038 0.25 6 h5 013 12 39 60 6 UHF670RT040N [ ]
; 5 -0.014/-0.038 0.31 6 h5 017 15 4.7 60 6 UHF670RT050N [ ]
- 6 -0.014/-0.038; 0.38 6 h5 0.2 18 55 60 6 UHF670RT060N [ ]
8 -0.014/-0.038 0.5 8 h5 0.27 24 7.5 75 6 UHF670RTO80N [ ]
10 -0.014/-0.038 0.63 10 h5 0.33 30 9.5 90 6 UHF670RT100N [ ]
12 -0.014/-0.038 0.75 12 h5 0.4 36 1.5 100 6 UHF670RT120N [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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The geometry with Special "no-contact" area in the Curved cutting edges
@ combined radius end mill center, together with low reduce chattering and improve the
é (corner radius + head radius) create helix geometry, reduce drastically chips flow.
= thinner chips in comparison with the vibration, even when machining
g conventional full radius, allowing a great at corners.
< reduction of cutting forces.
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UH (<70HRC) and MH (30+70HRC) High feed ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

(=]
Material Group g
150 513 & 1 2 3 2| 3] a3
Hardness/Rm 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae 0.03D x 0.55D 0.03D x 0.55D 0.03D x 0.55D
V¢ (m/min) 100+120 80+100 50+70
~_ DC fz fz fz 3
(mm) (mm/z) (mm/z) (mm/z) g
30 MACHINING 2 0.070 0.050 0.040 w
3 0.100 0.080 0.060 E
4 0.150 0.100 0.080 S
5 0.200 0.120 0.100 ES
6 0.250 0.200 0.150
8 0.350 0.250 0.200
10 0.400 0.300 0.250
12 0.450 0.350 0.300
=
[
[=]
[72}
w
==
. Cutting length for linear -
CAM input ! . c"”“'af ramping Lmax
! interpolation o
1 (amax=5°)
DC ap max | EXAMPLE
max unmachi- A\/afp max ' 3
AP e partk | - @min | 0 max 0s05° | o5® Lmax =
| (=]
| =
2 0.07 0.189 0.051 ! 3 2.9 3.8 8.02 0.80 w
3 0.10 0.283 0.076 | L o 43 5.8 11.46 114 g
4 013 | 0378 | 0102 %0 57 | 78 1490 | 149 it
) 0.17 0.472 0.127 ! 71 9.8 19.48 1.94
6 0.20 0.567 0.152 1 8.6 11.8 22.92 2.29
I
8 0.27 0.756 0.203 | K 1.4 15.8 30.94 3.09 »
10 033 | 0945 | 0254 |———=P 142 | 198 37.81 | 377 E
12 0.40 1.134 0.305 17.1 23.8 45.84 4.57 %
(mm) §
>
[72}
[~
oc
=2
==}
w
[=]
(=4}
[+
<T
o
4
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
AN -
 Cylindrical shank DCL \§ ; j D((l?lg)N
o0 APMY| -t ‘
o Corner radius LU
LF
4
E‘ % Yo *
= s
S| e um | e | || V|| L4 || BB
It FHA 40°| |RADIUS| |ZEFP 4 | ENIM
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
1 0/-0.012 0.1 +0.010 4 h6 2 3 0.95 50 4 UHCS4010 [ )
o 1.5 0/-0.012 0.1 +0.010 4 h6 2.5 4 1.45 50 4 UHCS4015 [ ]
g 2 0/-0.012 0.1 +0.010 4 h6 3 6 1.95 50 4 UHCS4020 [ ]
; 3 0/-0.012 0.1 +0.010 6 h6 4 8 2.85 55 4 UHCS4030 [ ]
- 4 0/-0.012 0.1 +0.010 6 h6 6 10 3.85 55 4 UHCS4040 [ ]
B 5 0/-0.012 0.2 +0.010 6 h6 6 1 4.85 50 4 UHCS4050 [}
6 0/-0.015 0.2 +0.010 6 h6 9 15 5.85 60 4 UHCS4060 [ ]
8 0/-0.015 0.2 +0.015 8 h6 12 20 7.7 70 4 UHCS4080 [ ]
10 0/-0.015 0.2 +0.015 10 h6 15 25 9.7 70 4 UHCS4100 [ ]
12 0/-0.015 0.3 +0.015 12 h6 18 30 1.7 80 4 UHCS4120 [ ]

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

(=]
. =
Material Group o
1S0513 BREEER BEROEE 2| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae Dx0.1D D x 0.05D D x 0.05D D x 0.05D

V¢ (m/min) 90+130 60100 50+70 30+50
DC fz fz fz fz g
(mm) (mm/z) (mm/z) (mm/z) (mm/z) g
g . 1 0.010 0.009 0.008 0.007 w
DEMLN 2 0.020 0.018 0.016 0.014 3
3 0.030 0.027 0.024 0.021 S
4 0.040 0.036 0.032 0.028 £

5 0.045 0.041 0.036 0.032

6 0.050 0.045 0.040 0.035

8 0.065 0.059 0.052 0.046

10 0.085 0.077 0.068 0.060
12 0.100 0.090 0.080 0.070 3
&
[72}
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE\
 Cylindrical shank DC[ S—H I D(Chg))N
o 4F *‘ APMX_| ‘*
e Corner radius LF
3
g hAd pAg *
=
S o | UM | e | 0 || || LR
2 FHA 40°| |RADIUS| |ZEFP 4 | [EN[MY
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 0/-0.015 0.2 0/-0.010 6 h6 3 50 4 UH41001002 [ ]
o 15 0/-0.015 0.2 0/-0.010 6 h6 45 50 4 UH41001502 [}
5 2 0/-0.015 0.3 0/-0.010 6 h6 6.5 50 4 UH41002003 [ ]
; 2.5 0/-0.020 0.3 0/-0.015 6 h6 6.5 50 4 UH41002503 [ ]
- 2.5 0/-0.020 0.5 0/-0.015 6 h6 6.5 50 4 UH41002505 [ ]
a 3 0/-0.020 0.2 0/-0.015 6 h6 9 50 4 UH41003002 [ J
3 0/-0.020 0.3 0/-0.015 6 h6 9 50 4 UH41003003 [ ]
3 0/-0.020 0.5 0/-0.015 6 h6 9 50 4 UH41003005 [ ]
<] 4 0/-0.020 0.3 0/-0.015 6 h6 12 50 4 UH41004003 [ ]
EI 4 0/-0.020 0.5 0/-0.015 6 h6 12 50 4 UH41004005 [ J
% 4 0/-0.020 1 0/-0.015 6 h6 12 50 4 UH41004010 ®
E 5 0/-0.020 0.3 0/-0.015 6 h6 15 50 4 UH41005003 [ ]
g 5 0/-0.020 0.5 0/-0.015 6 h6 15 50 4 UH41005005 [ ]
z 5 0/-0.020 1 0/-0.015 6 h6 15 50 4 UH41005010 ®
6 0/-0.020 0.3 0/-0.015 6 h6 16 50 4 UH41006003 [ ]
6 0/-0.020 0.5 0/-0.015 6 h6 16 50 4 UH41006005 [ ]
- 6 0/-0.020 1 0/-0.015 6 h6 16 50 4 UH41006010 [ ]
g 8 0/-0.020 0.3 0/-0.015 8 h6 20 64 4 UH41008003 [ J
2 8 0/-0.020 0.5 0/-0.015 8 h6 20 64 4 UH41008005 [ ]
; 8 0/-0.020 1 0/-0.015 8 h6 20 64 4 UH41008010 [ ]
- 8 0/-0.020 15 0/-0.015 8 h6 20 64 4 UH41008015 [ ]
- 8 0/-0.020 2 0/-0.015 8 h6 20 64 4 UH41008020 ®
10 0/-0.020 0.3 0/-0.020 10 h6 22 70 4 UH41010003 [ ]
10 0/-0.020 0.5 0/-0.020 10 h6 22 70 4 UH41010005 [ ]
@ 10 0/-0.020 1 0/-0.020 10 h6 22 70 4 UH41010010 [ ]
% 10 0/-0.020 15 0/-0.020 10 h6 22 70 4 UH41010015 [}
= 10 0/-0.020 2 0/-0.020 10 h6 22 70 4 UH41010020 ®
g 12 0/-0.020 0.3 0/-0.020 12 h6 25 75 4 UH41012003 [ ]
j 12 0/-0.020 0.5 0/-0.020 12 h6 25 75 4 UH41012005 [ ]
12 0/-0.020 1 0/-0.020 12 h6 25 75 4 UH41012010 [ ]
12 0/-0.020 15 0/-0.020 12 h6 25 75 4 UH41012015 [}
12 0/-0.020 2 0/-0.020 12 h6 25 75 4 UH41012020 [ ]
12 0/-0.020 3 0/-0.020 12 h6 25 75 4 UH41012030 [ ]
14 0/-0.020 0.5 0/-0.020 14 h6 32 90 4 UH41014005 [ ]
14 0/-0.020 1 0/-0.020 14 h6 32 90 4 UH41014010 [}
16 0/-0.020 0.5 0/-0.020 16 h6 32 90 4 UH41016005 [ ]
16 0/-0.020 1 0/-0.020 16 h6 32 90 4 UH41016010 [ ]
16 0/-0.020 2 0/-0.020 16 h6 32 90 4 UH41016020 [ ]
18 0/-0.020 1 0/-0.020 18 h6 38 100 4 UH41018010 ®
20 0/-0.020 0.5 0/-0.020 20 h6 38 100 4 UH41020005 [ ]
20 0/-0.020 1 0/-0.020 20 h6 38 100 4 UH41020010 ®
20 0/-0.020 2 0/-0.020 20 h6 38 100 4 UH41020020 [ ]

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70OHRC) and MH (30+70HRC) Corner radius

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH410
b BRERRE BERDEE 12| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae Dx0.1D D x 0.05D D x 0.05D D x 0.05D
V¢ (m/min) 90+130 60100 50+70 30+50
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.010 0.009 0.008 0.007
2 0.018 0.016 0.014 0.013
3 0.027 0.024 0.022 0.019
SOENILUNG 4 0.036 0.032 0.029 0.025
5 0.041 0.036 0.032 0.028
6 0.045 0.041 0.036 0.032
8 0.059 0.053 0.047 0.041
10 0.077 0.069 0.061 0.054
12 0.090 0.081 0.072 0.063
14 0.102 0.092 0.082 0.071
16 0.114 0.103 0.091 0.080
18 0.126 0.113 0.101 0.088
20 0.138 0.124 0.110 0.097
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
N\ ' _
indri DCON
© Cylindrical shank DCL E § j 6)
A Apmy| t
 Corner radius LU
e Long LF
w
o |
= w * *
[=]
w
2 NMG 70 %
OSAWA <
% NORM UH HRC
] FHA 40°| |RADIUS| |ZEFP 4 | BN
==
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
3 0/-0.012 0.3 0/-0.010 6 h6 4 12 2.85 55 4 UH4110300312 )
o 3 0/-0.012 0.3 0/-0.010 6 h6 4 20 2.85 60 4 UH4110300320 [ ]
)
= 3 0/-0.012 0.5 0/-0.010 6 h6 4 10 2.85 55 4 UH4110300510 [
; 3 0/-0.012 0.5 0/-0.010 6 h6 4 20 2.85 60 4 UH4110300520 [
- 4 0/-0.012 0.3 0/-0.010 6 h6 6 12 3.85 55 4 UH4110400312 [ ]
4 0/-0.012 0.3 0/-0.010 6 h6 6 20 3.85 60 4 UH4110400320 [ ]
4 0/-0.012 0.5 0/-0.010 6 h6 6 12 3.85 55 4 UH4110400512 [ ]
4 0/-0.012 0.5 0/-0.010 6 h6 6 20 3.85 60 4 UH4110400520 [
<) 4 0/-0.012 1 0/-0.010 6 h6 6 12 3.85 55 4 UH4110401012 )
-
= 6 0/-0.015 0.5 0/-0.010 6 h6 9 15 5.85 60 4 UH4110600520 [ ]
% 6 0/-0.015 1 0/-0.010 6 h6 9 15 5.85 60 4 UH4110601020 [
§ 8 0/-0.015 0.5 0/-0.015 8 h6 12 20 7.7 70 4 UH4110800525 [
g 8 0/-0.015 1 0/-0.015 8 h6 12 20 7.7 70 4 UH4110801025 )
= 8 0/-0.015 2 0/-0.015 8 h6 12 20 7.7 70 4 UH4110802025 [ ]
10 0/-0.015 0.5 0/-0.015 10 h6 15 25 9.7 70 4 UH4111000532 [
10 0/-0.015 1 0/-0.015 10 h6 15 25 9.7 70 4 UH4111001032 [
- 10 0/-0.015 2 0/-0.015 10 h6 15 25 9.7 70 4 UH4111002032 [
g 12 0/-0.015 0.5 0/-0.015 12 h6 18 30 1.7 80 4 UH4111200538 [ ]
= 12 0/-0.015 1 0/-0.015 12 h6 18 30 1.7 80 4 UH4111201038 [ ]
w
2 12 0/-0.015 2 0/-0.015 12 h6 18 30 1.7 80 4 UH4111202038 [
x
o % 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
[%2}
occ
[+
=2
[==]
w
=]
[=a]
occ
3
4

J332 OSAWA | SORMA CUTTING SOLUTIONS



UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH411 -
. =
Material Group o
1S0513 BREEER BEROEE 2| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae D x 0.05D D x 0.05D D x 0.05D D x 0.05D

V¢ (m/min) 90+130 60100 50+70 30+50
& DC fz fz fz fz @
(mm) (mm/z) (mm/z) (mm/z) (mm/z) g
el 3 0027 0024 0022 0019 i
4 0.036 0.032 0.029 0.025 E
5 0.041 0.036 0.032 0.028 S
6 0.045 0.041 0.036 0.032 ES

8 0.059 0.053 0.047 0.041

10 0.077 0.069 0.061 0.054

12 0.090 0.081 0.072 0.063
w
=
[
[=]
[72}
w
==

%]
-
=
=
=}
=
w
w
=
=)
=
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS

OSAWA | SORMA CUTTING SOLUTIONS J333



UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
N\ ' _
—_— DCON
 Cylindrical shank Dcl E § [ )
® 4F — -
o Corner radius M‘ f
LU
e Long LF
w
o |
= w * *
[=]
w
2 NMG 70
= OSAWA < %
S NORM UH HRC
] FHA 40°| |RADIUS| |ZEFP 4 | BN
==
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
2 0/-0.020 0.3 0/-0.010 6 h6 4 30 19 75 4 UH4120200330 ®
o 2 0/-0.020 0.3 0/-0.010 6 h6 4 60 19 100 4 UH4120200360 [ ]
)
= 3 0/-0.020 0.3 0/-0.010 6 h6 5 30 2.8 75 4 UH4120300330 [
2 3 0/-0.020 0.3 0/-0.010 6 h6 5 60 2.8 100 4 UH4120300360 ®
- 3 0/-0.020 0.5 0/-0.010 6 h6 5 30 2.8 75 4 UH4120300530 [ ]
3 0/-0.020 0.5 0/-0.010 6 h6 5 60 2.8 100 4 UH4120300560 O]
4 0/-0.020 0.3 0/-0.010 6 h6 8 32 3.7 75 4 UH4120400332 [ ]
4 0/-0.020 0.3 0/-0.010 6 h6 8 60 3.7 100 4 UH4120400360 [
<) 4 0/-0.020 0.5 0/-0.010 6 h6 8 32 3.7 75 4 UH4120400532 )
-
= 4 0/-0.020 0.5 0/-0.010 6 h6 8 60 3.7 100 4 UH4120400560 [ ]
% 6 0/-0.020 0.5 0/-0.010 6 h6 9 40 5.85 90 4 UH4120600520 [
§ 6 0/-0.020 1 0/-0.010 6 h6 9 40 5.85 90 4 UH4120601020 [
g 8 0/-0.020 0.5 0/-0.015 8 h6 12 45 7.7 100 4 UH4120800525 )
= 8 0/-0.020 1 0/-0.015 8 h6 12 45 7.7 100 4 UH4120801025 [ ]
10 0/-0.020 0.5 0/-0.015 10 h6 15 50 9.7 100 4 UH4121000532 [
10 0/-0.020 1 0/-0.015 10 h6 15 50 9.7 100 4 UH4121001032 [
- 10 0/-0.020 2 0/-0.015 10 h6 15 50 9.7 100 4 UH4121002032 [
g 12 0/-0.020 0.5 0/-0.015 12 h6 18 60 1.7 110 4 UH4121200538 [ ]
= 12 0/-0.020 1 0/-0.015 12 h6 18 60 1.7 110 4 UH4121201038 [ ]
w
2 12 0/-0.020 2 0/-0.015 12 h6 18 60 1.7 110 4 UH4121202038 [
x
o % 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
[%2}
occ
[+
=2
[==]
w
=]
[=a]
occ
3
4

J334 OSAWA | SORMA CUTTING SOLUTIONS



UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH412 -
. =
Material Group o
1S0513 BREEER BEROEE 2| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae D x 0.05D D x 0.05D D x 0.05D D x 0.05D

V¢ (m/min) 80+120 60100 50+70 30+50
DC fz fz fz fz g
& (mm) (mm/z) (mm/z) (mm/z) (mm/z) g
SIDE MILLING 2 0.016 0.015 0.013 0.011 w
3 0.024 0.022 0.019 0.017 )
4 0.032 0.029 0.026 0.023 S
5 0.036 0.033 0.029 0.026 £

6 0.041 0.036 0.032 0.028

8 0.053 0.047 0.042 0.037

10 0.069 0.062 0.055 0.048

12 0.081 0.073 0.065 0.057
=
[
[=]
[72}
w
==

%]
-
=
=
=}
=
w
w
=
=)
=
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE DN
N\ ' _
—_— DCON
 Cylindrical shank DC] E § [ )
® 4F — -
 Corner radius M‘ f
o LU
e Long LF
w
o |
= w * *
[=]
w
2 NMG 70 %
OSAWA <
% NORM UH HRC
] FHA 40°| |RADIUS| |ZEFP 4 | BN
==
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
6 0/-0.020 0.3 0/-0.015 6 h6 10 60 55 125 4 UH4130600360 )
o 6 0/-0.020 0.5 0/-0.015 6 h6 10 60 55 125 4 UH4130600560 [ ]
)
= 6 0/-0.020 1 0/-0.015 6 h6 10 60 55 125 4 UH4130601060 ®
; 8 0/-0.020 0.3 0/-0.015 8 h6 12 60 7.4 125 4 UH4130800360 [
- 8 0/-0.020 05 0/-0.015 8 h6 12 60 7.4 125 4 UH4130800560 )
8 0/-0.020 1 0/-0.015 8 h6 12 60 7.4 125 4 UH4130801060 [ ]
8 0/-0.020 2 0/-0.015 8 h6 12 60 7.4 125 4 UH4130802060 [
10 0/-0.020 0.3 0/-0.020 10 h6 14 85 9.2 125 4 UH4131000385 [
<) 10 0/-0.020 0.5 0/-0.020 10 h6 14 85 9.2 125 4 UH4131000585 )
|
= 10 0/-0.020 1 0/-0.020 10 h6 14 85 9.2 125 4 UH4131001085 [ ]
% 10 0/-0.020 2 0/-0.020 10 h6 14 85 9.2 125 4 UH4131002085 [
§ 12 0/-0.020 0.5 0/-0.020 12 h6 16 110 1 150 4 UH41312005110 [
g 12 0/-0.020 1 0/-0.020 12 h6 16 110 11 150 4 UH41312010110 )
= 12 0/-0.020 2 0/-0.020 12 h6 16 110 11 150 4 UH41312020110 [
16 0/-0.020 0.5 0/-0.020 16 h6 22 110 15 150 4 UH41316005110 [
16 0/-0.020 1 0/-0.020 16 h6 22 110 15 150 4 UH41316010110 [
« * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
p—
=
[=]
]
7]
x
x
[%2}
occ
[+
=2
[==]
w
=]
[=a]
occ
3
4
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UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH413 -
. =
Material Group o
150513 BREEER BEROEE 12| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae D x 0.05D D x 0.05D D x 0.05D D x 0.05D
& V¢ (m/min) 70+110 6080 4060 3050

SIDE MILLING oe fz fz fz fz g
(mm) (mm/z) (mm/z) (mm/z) (mm/z) g

6 0.041 0.036 0.032 0.028 w

8 0.053 0.047 0.042 0.037 E

10 0.069 0.062 0.055 0.048 S

12 0.081 0.073 0.065 0.057 ES

16 0.095 0.086 0.076 0.067

w

=

[

[=]

[72}

w

==

%]
-
=
=
=}
=
w
w
=
=)
=
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS

OSAWA | SORMA CUTTING SOLUTIONS J3s7



UH (<7OHRC) and MH (30+70HRC) Corner radius

UH610R

¢, SORMA

DIAMOND & CUTTING TOOLS

%
|
=
o<
a
w
=]
@
o
<
S
]
T

| - HSS DRILLS

%)
-
=
=
a
=
w
w
=
@
£
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS

RE DN
\ | B
DCON
o Cylindrical shank DCL @ ‘ DJ (h6)
o Mutt flute APMX| ‘
 Corner radius . LU =

ﬁ % *
OSAWA NMG <70 %@
norm | | UH HRC
FHA50°| |RADIUS| |ZEFP 6| [ aImLE

Dc DC tol. RE REtol. | DCON  TCDCON | APMX w DN LF ZEFP EDP no. Stock
6 0-0030 | 05 +0.015 6 h6 6 15 58 50 6 | UH610R05060 °
8 00030 | 05 +0.015 8 h6 8 25 78 60 6 | UHG10R05080 °
10 0/-0.030 1 +0.015 10 he 10 30 9.8 70 6 | UH610R10100 °
12 0/-0.030 1 +0.015 12 h6 12 30 18 75 6 | UH610R10120 °

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

J338
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UH (<70OHRC) and MH (30+70HRC) Corner radius

UH610R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae Dx0.1D D x 0.05D D x 0.05D D x 0.05D
V¢ (m/min) 140+180 100+140 70+110 60+80
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.018 0.016 0.014 0.013
8 0.028 0.025 0.022 0.019
10 0.034 0.030 0.027 0.024
12 0.041 0.037 0.033 0.029

OSAWA | SORMA CUTTING SOLUTIONS

J339

H - CARBIDE DRILLS SOLID

1 - HSS DRILLS
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K - HSS END MILLS

L - CARBIDE BURRS




UH (<70HRC) and MH (30+70HRC) Corner radius ¢/SORMA

DIAMOND & CUTTING TOOLS

RE
AN _
e Cylindrical shank *@ H DCON
DC
o Multi flute L J (h6)
o Long ‘ APMX_ | . ‘
© Corner radius
w
o |
= ¥ * *
[=]
=
B OSAWA NMG <70 %@
[~
S NORM UH HRC
] FHA 50°| |RADIUS| |ZEFP 6 | K3
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
6 0/-0.030 0.5 +0.015 6 h6 15 90 6 UH611R05060 )
o 8 0/-0.030 0.5 +0.015 8 h6 20 100 6 UH611R05080 [ ]
)
= 10 0/-0.030 0.5 +0.015 10 h6 25 100 6 UH611R05100 [
2 10 0/-0.030 1 +0.015 10 h6 25 100 6 UH611R10100 [
- 12 0/-0.030 0.5 +0.015 12 h6 30 110 6 UH611R05120 )
12 0/-0.030 1 +0.015 12 h6 30 110 6 UH611R10120 [
16 0/-0.030 1 +0.015 16 h6 32 130 6 UH611R10160 [
20 0/-0.030 1 +0.015 20 h6 38 140 6 UH611R10200 [
20 0/-0.030 2 +0.015 20 h6 38 140 6 UH611R20200 )

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

%)
-
=
=
a
=
w
w
=
@
£
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS
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UH (<70OHRC) and MH (30+70HRC) Corner radius

UH611R

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

SIDE MILLING

Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D
V¢ (m/min) 110+150 90+130 60+80 40+60
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.015 0.014 0.012 0.011
8 0.023 0.021 0.019 0.016
10 0.029 0.026 0.023 0.020
12 0.035 0.031 0.028 0.024
16 0.048 0.043 0.038 0.034
20 0.066 0.060 0.053 0.046

OSAWA | SORMA CUTTING SOLUTIONS

J341

L - CARBIDE DRILLS SOLID

M - HSS DRILLS
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

AN _
 Cylindrical shank DCt @‘ H [ D(Chg)N
o 2 flutes ball nose ‘/"f_MZ(‘ ‘
 Miniature LF
3
g *
=
[==] ’
D | e
- FHA 30°| |BALLNOSE | |ZEFP2BALL
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
0.2 0/-0.010 0.1 0/-0.010 4 h6 0.2 50 2 MHMB200204 )
o 0.3 0/-0.010 0.15 0/-0.010 4 h6 0.3 50 2 MHMB200304 [ ]
g 0.4 0/-0.010 0.2 0/-0.010 4 h6 0.4 50 2 MHMB200404 [
; 05 0/-0.010 0.25 0/-0.010 4 h6 04 50 2 MHMB200504 [
- 0.6 0/-0.010 0.3 0/-0.010 4 h6 0.5 50 2 MHMB200604 )
a 0.7 0/-0.010 0.35 0/-0.010 4 h6 0.6 50 2 MHMB200704 [ ]
0.8 0/-0.010 0.4 0/-0.010 4 h6 0.6 50 2 MHMB200804 [ ]
0.9 0/-0.010 0.45 0/-0.010 4 h6 0.8 50 2 MHMB200904 [
1 0/-0.015 0.5 0/-0.015 4 h6 0.8 50 2 MHMB201004 )
15 0/-0.015 0.75 0/-0.015 4 h6 1.35 50 2 MHMB201504 [ ]
2 0/-0.015 1 0/-0.015 4 h6 1.7 50 2 MHMB202004 [

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

%)
-
=
=
=)
=
w
w
=
@
Z
S
|
=

K - HSS END MILLS

L - CARBIDE BURRS
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

(=]
. =
Material Group o
1S0513 BREEER BEROEE 2| 3] 3
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae 0.05D x 0.1D 0.05D x 0.1D 0.05D x 0.1D 0.05D x 0.1D
V¢ (m/min) 80+120 60100 40+80 20+60
DC ap fz fz fz fz i
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z) =
(=]
0.1 0.04 0.004 0.004 0.003 0.003 w
0.2 0.09 0.006 0.005 0.005 0.004 E
0.3 0.13 0.008 0.007 0.006 0.006 3
0.4 017 0.010 0.009 0.008 0.007 -
0.5 0.22 0.012 0.011 0.010 0.008
0.6 0.26 0.015 0.014 0.012 0.011
0.7 0.31 0.018 0.016 0.014 0.013
0.8 0.35 0.020 0.018 0.016 0.014 o~
0.9 0.39 0.023 0.021 0.018 0.016 o
[+
1 0.44 0.026 0.023 0.020 0.017 2
15 0.79 0.040 0.036 0.030 0.026 £
2 1.20 0.055 0.050 0.041 0.036 E
n Vi

(rpm) (mm/min)

15° x1.1 x1.1

wn
-
=
=
a
=
w
w
=
@
S
S
\
=

0 - HSS END MILLS

P - CARBIDE BURRS
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

AN _
o Cylindrical shank DC f@‘ H [DCON
o 2 flutes ball nose — AP _' (he)
© Miniature ‘——» LF ‘
© 6 mm. shank

4
s *
[=}
=
@ OSAWA NMG 30:70
[~ = O
S NORM MH MH COAT HRC
. FHA 30°| |BALLNOSE | |ZEFP2BALL
p= =
DC DC tol. RE RE tol. DCON TGDCON APMX LF ZEFP EDP no. Stock
0.4 0/-0.010 0.2 0/-0.010 6 h6 04 50 2 MHMB200406 °
o 05 0/-0.010 0.25 0/-0.010 6 h6 05 50 2 MHMB200506 °
)
2 06 0/-0.010 03 0/-0.010 6 h6 06 50 2 MHMB200606 °
; 08 0/-0.010 0.4 0/-0.010 6 h6 08 50 2 MHMB200806 °
p= =

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHMB206
Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 80+120 60100 40+80 20+60
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.4 0.17 0.010 0.009 0.008 0.007
0.5 0.22 0.012 0.011 0.010 0.008
0.6 0.26 0.015 0.014 0.012 0.011
0.8 0.35 0.020 0.018 0.016 0.014
n Vi
o (m) | (mm/min)
15° x1.1 x1.1

OSAWA | SORMA CUTTING SOLUTIONS

J345

L - CARBIDE DRILLS SOLID

M - HSS DRILLS
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

MHLNB2 e
i I Ny
apy |
LU
 Cylindrical shank LF
o 2 flutes ball nose o
e Extended and reduced neck
LU
v ‘
‘g a
g *
w
= OSAWA NMG | | 30:70 @
% NORM MH MH COAT HRC
- FHA 30°| |BALLNOSE | |ZEFP2BALL
DC | DCtol.| RE | REtol. DCON | APMX LU DN LF | ZEFP u:lsjw nl;l:° u='1'930, ul;g° nl;lIlP EDP no. Stock
0.2 0/-0.010/ 0.1 |0/-0.010 4 0.2 0.5 017 50 2 0.57 0.58 0.6 0.62 0.66 | MHLNB2002005 [ ]
P 0.2 0/-0.010/ 0.1 |0/-0.010 4 0.2 1 0.17 50 2 1.08 1.12 1.15 1.19 1.27 | MHLNB200201 [ ]
5 02 0/-0.010f 0.1 0/-0.010 4 0.2 15 0.17 50 2 1.6 1.65 1.7 1.76 1.89 | MHLNB2002015 ®
2 0.3 ]0/-0.010, 0.15 |0/-0.010 4 0.3 1 0.27 50 2 1.08 1.1 1.15 1.18 1.26 | MHLNB200301 [ ]
- 0.3 0/-0.010/ 0.15 |0/-0.010 4 0.3 2 0.27 50 2 212 218 2.25 2.33 2.49 | MHLNB200302 [ ]
a 0.3 |0/-0.010/ 0.15 0/-0.010 4 0.3 3 0.27 50 2 3.15 3.25 3.36 3.48 3.73 | MHLNB200303 ®
04 0/-0.010f 0.2 0/-0.010 4 0.4 1 0.37 50 2 1.08 1.1 1.14 1.18 1.25 | MHLNB200401 [ J
04 ]0/-0.010, 0.2 |0/-0.010 4 0.4 2 0.37 50 2 211 218 2.25 2.32 2.48 | MHLNB200402 [ ]
<] 0.4 0/-0.010/ 0.2 |0/-0.010 4 0.4 3 0.37 50 2 3.15 3.25 3.36 3.47 3.72 | MHLNB200403 [ ]
El 0.4 0/-0.010/ 0.2 |0/-0.010 4 0.4 4 0.37 50 2 418 4.32 4.46 4.62 4.95 | MHLNB200404 ®
% 04 10/-0.010f 0.2 0/-0.010 4 0.4 5 0.37 50 2 5.21 5.39 5.57 5.77 6.18 | MHLNB200405 ®
E 05 10/-0.010/ 0.25 |0/-0.010 4 0.4 2 0.45 50 2 2.15 2.22 2.29 2.36 2.52 | MHLNB200502 [ ]
E 0.5 0/-0.010/ 0.25 |0/-0.010 4 0.4 3 0.45 50 2 3.18 3.29 3.39 3.51 3.75 | MHLNB200503 [ ]
z 05 ]0/-0.010/ 025 0/-0.010 4 0.4 4 0.45 50 2 422 4.35 45 465 4,98 | MHLNB200504 [ ]
05 10/-0.010/ 0.25 |0/-0.010 4 0.4 5 0.45 50 2 5.25 5.42 5.61 5.8 6.22 | MHLNB200505 ®
05 10/-0.010/ 0.25 |0/-0.010 4 0.4 6 0.45 50 2 6.28 6.49 6.71 6.95 7.45 | MHLNB200506 [ ]
- 0.5 10/-0.010/ 0.25 |0/-0.010 4 0.4 8 0.45 50 2 8.35 8.63 8.93 9.24 9.92 | MHLNB200508 ®
g 06 |0/-0.010/ 03 |0/-0.010 4 0.5 2 0.55 50 2 215 2.21 2.28 2.35 2.5 | MHLNB200602 [}
2 06 0/-0.010, 0.3 0/-0.010 4 0.5 3 0.55 50 2 3.18 3.28 3.39 3.5 3.74 | MHLNB200603 ®
; 06 |0/-0.010, 0.3 0/-0.010 4 0.5 4 0.55 50 2 4.22 4.35 4.49 4.65 4.97 | MHLNB200604 [ ]
- 06 |0/-0.010f 0.3 0/-0.010 4 0.5 5 0.55 50 2 5.25 5.42 5.6 579 6.21 | MHLNB200605 ®
- 06 |0/-0.010/ 03 0/-0.010 4 0.5 6 0.55 50 2 6.28 6.49 6.71 6.94 7.44 | MHLNB200606 [}
06 0/-0.010, 0.3 0/-0.010 4 0.5 8 0.55 50 2 8.35 8.63 8.92 9.23 9.91 | MHLNB200608 [ ]
0.8 |0/-0.010, 0.4 0/-0.010 4 0.6 2 0.75 50 2 2.15 2.21 2.27 2.34 2.48 | MHLNB200802 [ ]
@ 0.8 |0/-0.010, 04 0/-0.010 4 0.6 4 0.75 50 2 4.21 4.34 4.48 4.63 4.95 | MHLNB200804 [ ]
% 08 |0/-0.010/ 04 0/-0.010 4 0.6 5 0.75 50 2 5.25 5.41 5.59 578 6.18 | MHLNB200805 °
= 08 |0/-0.010/ 04 0/-0010 4 0.6 6 0.75 50 2 6.28 6.48 6.7 6.93 7.42 | MHLNB200806 [}
g 0.8 |0/-0.010, 0.4 |0/-0.010 4 0.6 7 0.75 50 2 7.31 7.55 7.81 8.07 8.65 | MHLNB200807 [ ]
j 0.8 |0/-0.010, 0.4 |0/-0.010 4 0.6 8 0.75 50 2 8.35 8.62 8.91 9.22 9.88 | MHLNB200808 [ ]
0.8 0/-0.010/ 0.4 |0/-0.010 4 0.6 10 0.75 50 2 1041 | 1076 | 11.13 | 11.51 | 12.35 | MHLNB200810 [ ]
1 0/-0.015 05 00015 4 0.8 3 0.9 50 2 3.27 3.37 3.47 357 3.8 | MHLNB201003 [}
1 0/-0.015 0.5 |0/-0.015 4 0.8 4 0.9 50 2 4.31 4.44 4.58 4.72 5.04 | MHLNB201004 [ ]
1 0/-0.015 0.5 |0/-0.015 4 0.8 5 0.9 50 2 5.34 5.51 5.68 5.87 6.27 | MHLNB201005 [ ]
1 0/-0.015] 0.5 |0/-0.015 4 0.8 6 0.9 50 2 6.37 6.58 6.79 7.02 7.5 | MHLNB201006 [ ]
1 0/-0.015 05 0/-0.015 4 0.8 7 0.9 50 2 741 7.64 7.9 8.16 8.74 | MHLNB201007 ®
1 0/-0.015 0.5 |0/-0.015 4 0.8 8 0.9 50 2 8.44 8.71 9 9.31 9.97 | MHLNB201008 [ ]
1 0/-0.015 0.5 |0/-0.015 4 0.8 9 0.9 50 2 9.47 9.78 10.11 | 1046 | 11.21 | MHLNB201009 ®
1 0/-0.015] 0.5 |0/-0.015 4 0.8 10 0.9 50 2 1051 | 10.85 | 11.22 | 11.61 | 12.44 | MHLNB201010 [ ]
1 0/-0.015] 0.5 |0/-0.015 4 0.8 12 0.9 50 2 1257 | 1299 | 1343 139 14.91 | MHLNB201012 [ ]
1 0/-0.015 05 |0/-0.015 4 0.8 14 0.9 50 2 1464 | 1513 | 1565 | 16.19 | 17.37 | MHLNB201014 ®
1 0/-0.015 0.5 |0/-0.015 4 0.8 16 0.9 50 2 16.71 | 1727 | 17.86 | 18.49 | 19.84 | MHLNB201016 [ ]
1 0/-0.015] 0.5 |0/-0.015 4 0.8 20 0.9 60 2 20.84 | 2155 | 2229 | 23.08 & 24.78 | MHLNB201020 [ ]
12 |0/-0015/ 06 0/-0015 4 1 6 11 50 2 6.37 6.57 6.78 7 7.48 | MHLNB201206 [}
12 10/-0.015/ 0.6 0/-0.015 4 1 8 1.1 50 2 8.44 8.71 8.99 9.3 9.95 | MHLNB201208 ®
12 10/-0.015/ 0.6 0/-0.015 4 1 10 11 50 2 10.5 1085 | 11.21 | 1159 | 1242 A MHLNB201210 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS
MHLN B2 RE\ T
b
DCON

>
2
SOLID

 Cylindrical shank
o 2 flutes ball nose
 Extended and reduced neck

a ﬂ
* * * =
a
w
NMG | | 30:70 @ 2
Norm | | MH | ||| ke 5
FHA 30°| |BALLNOSE| |zEFP2BALL ;
= =
LU LU LU LU LU
DC DGtol. RE | REtol. DCON APMX LU DN LF ZEP | o act as1030 as2° | ae3® EDP no. Stock
12 100015 06 |0/-0.015 1 12 1.1 50 1257 | 1298 1342 1389 | 14.88 | MHLNB201212 ®

14 100015 07 |0/-0.015 11 8 13 50 843 = 87 | 898 928 993 | MHLNB201408 o
—
14 100015 07 |0/-0.015 11 12 13 50 1257 | 12.98 | 1341 | 13.87 | 14.86 | MHLNB201412 z
14 100015 07 |0/-0.015 11 16 13 50 167 | 1726  17.84 1846  19.8 | MHLNB201416 ;
==

15 ]0/-0.015 0.75 [0/-0.015 12 8 14 50 8.43 8.7 8.98 9.27 9.91 | MHLNB201508

15 ]0/-0.015 0.75 |0/-0.015 12 12 14 50 12,57 | 1297 | 13.41 | 13.86 | 14.85 | MHLNB201512

15 10/-0.015/ 0.75 |0/-0.015 12 16 14 50 167 | 17.25 | 17.84 | 18.45 | 19.78 | MHLNB201516

15 10/-0.015/ 0.75 |0/-0.015 12 18 14 60 18.77 | 19.39 | 20.05 | 20.75 | 22.25 | MHLNB201518

15 ]0/-0.015 0.75 |0/-0.015 2.4 20 14 50 20.84 | 2153 | 22.26 | 23.04 | 24.72 | MHLNB201520

16 0/-0015/ 08 |0/-0.015 1.3 8 15 50 8.43 869 | 897 | 927 9.9 | MHLNB201608

16 0/-0.015/ 08 |0/-0.015 13 12 15 50 1256 | 1297 | 134 | 13.86 @ 14.84 | MHLNB201612

16 0/-0.015/ 08 |0/-0.015 13 16 15 50 167 | 1725 | 17.83 | 18.45 | 19.77 | MHLNB201616

16 |0/-0.015 0.8 |0/-0.015 13 20 15 60 20.83 | 21.53 | 22.26 | 23.03 MHLNB201620

18 10/-0.015/ 09 |0/-0.015 1.4 8 17 50 8.43 869 | 896 | 925 9.88 | MHLNB201808

«n
-
=
=
o
=
w
w
=
@
S
S
\
=

18 10/-0.015] 0.9 |0/-0.015 1.4 12 17 50 1256 | 1296 | 13.39 | 13.84 = 14.81 | MHLNB201812

18 10/-0.015 0.9 |0/-0.015 1.4 16 17 50 167 | 17.24 | 17.82 | 18.43 | 19.75 | MHLNB201816

18 00015/ 0.9 |0/-0.015 1.4 20 17 60 20.83 | 2152 | 22.25 | 23.02 - MHLNB201820

%)
0/-0.015/ 1 0/-0.015 16 4 19 50 4.29 4.4 4.52 4.65 4.92 | MHLNB202004 g
0/-0.015 1 0/-0.015 1.6 6 19 50 6.36 6.54 6.74 6.94 7.39 | MHLNB202006 2
0/-0.015 1 0/-0.015 16 8 19 50 8.42 8.68 8.95 9.24 9.86 | MHLNB202008 ué
0/-0.015 1 0/-0.015 16 10 19 50 10.49 | 10.82 | 11.17 | 11.63 | 12.32 | MHLNB202010 b
0/-0.015/ 1 0/-0.015 16 12 19 50 12.56 | 1296 | 13.38 | 13.83 | 14.79 | MHLNB202012 -
0/-0.015/ 1 0/-0.015 1.6 14 19 50 1462 | 151 15,59 | 16.12 | 17.26 | MHLNB202014

0/-0.015 1 0/-0.015 16 16 19 50 16.69 | 17.23 | 17.81 | 18.42 | 19.73 | MHLNB202016

0/-0.015 1 0/-0.015 16 18 19 60 18.76 | 19.37 | 20.02 | 20.71 - MHLNB202018 @
0/-0.015/ 1 0/-0.015 16 20 19 60 20.83 | 2151 | 22.24 23 - MHLNB202020 %
0/-0.015/ 1 0/-0.015 1.6 22 19 60 22.89 | 2365 | 2445 | 253 - MHLNB202022 a
0/-0.015 1 0/-0.015 16 25 19 75 2599 | 2686 | 27.77 | 28.74 - MHLNB202025 g
0/-0.015 1 0/-0.015 16 30 19 75 3116 | 32.21 | 33.31 MHLNB202030 j

0/-0.020/ 1.5 0/-0.015 2.4 8 2.8 50 8.6 8.84 9.1 9.37 9.96 | MHLNB203008

0/-0.020 1.5 0/-0.015 2.4 10 2.8 50 10.67 | 1098 | 11.32 | 11.67 | 12.43 | MHLNB203010

0/-0.020| 1.5 |0/-0.015 2.4 12 2.8 50 1273 | 1312 | 1353 | 13.96 | 149 | MHLNB203012

0/-0.020| 1.5 |0/-0.015 2.4 16 2.8 60 16.87 | 174 | 17.96 | 18.55 | 19.83 | MHLNB203016

0/-0.020/ 1.5 0/-0.015 2.4 20 2.8 60 21 21.68 | 22.39 | 23.14 | 24.77 | MHLNB203020

olololoo o olo oo o oo o o|oslsalsasalsalnlsnlsnlsssnlsnlalasslsslroslsalssslnss
RN RN R R N N R R R R N R R N N N R R R N N N R R N N N N R R AN R N R R R AR N SR RN R F SR N RN
ONN BN BN BN BN BN BN BIONK BN BN BN BE BN NN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BEONN BN BN BN NEONN BE BN BN BN REOREORK ]

A lEA A SIS S DS PR OO WOOWWOLOWLOININD NN NN NN NN NN N

0/-0.020 1.5 0/-0.015 2.4 25 2.8 75 2617 | 27.02 | 27.93 | 28.88 - MHLNB203025
0/-0.020| 15 0/-0.015 2.4 30 2.8 75 31.34 | 3237 | 3346 | 34.62 - MHLNB203030
0/-0.020/ 1.5 |0/-0.015 2.4 35 2.8 75 36.51 | 37.72 39 40.35 - MHLNB203035
0/-0.020, 2 0/-0.015 3.2 10 37 50 10.84 | 11.15 | 11.47 | 11.81 | 12.54 | MHLNB204010
0/-0.020, 2 0/-0.015 3.2 16 37 60 17.04 | 1756 | 18.11 | 18.69 | 19.94 | MHLNB204016
0/-0.020 2 |0/-0.015 3.2 20 37 60 2118 | 21.84 | 22.54 | 2328 - MHLNB204020
0/-0.020 2 |0/-0.015 3.2 25 37 75 26.35 | 27.19 | 28.08 | 29.02 - MHLNB204025
0/-0.020, 2 0/-0.015 3.2 30 37 75 31.561 | 32,53 | 33.61 - - MHLNB204030
0/-0.020, 2 0/-0.015 3.2 35 37 75 36.68 = 37.88 | 39.15 - - MHLNB204035
0/-0.020 2 |0/-0.015 3.2 40 37 100 4185 | 4323 - - - MHLNB204040
0/-0.020 2 |0/-0.015 3.2 45 37 100 47.02 | 4857 - - - MHLNB204045

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

MHLNB2 e
b _
T DCON
e @< 1%
APMX| t
LU

 Cylindrical shank LF

o 2 flutes ball nose o

 Extended and reduced neck

LU
v [
2 a
= *
[=]
&
@ OSAWA NMG | | 30:70 (E )
% NORM MH HRC VA
. MH COAT FHA 30°| |BALLNOSE | |ZEFP2BALL
==
LU LU LU LU LU
DC | DCtol. RE REtol.  DCON A APMX LU DN LF ZEFP a=30 | a=1° a=1°30' a=2° @ q=3° EDP no. Stock
4 10/-00200 2 |0/-0.015 6 3.2 50 37 100 2 5219 | 53.92 - - - MHLNB204050 )

%] % 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
z
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K - HSS END MILLS

L - CARBIDE BURRS
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UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHLNB2
Material Group
oo EDEEE EEomDoE @ s
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
ap x ae apxD apxD apxD apxD
V¢ (m/min) 80+120 60100 50+70 30+50
DC | LU | ap |DC(eff) fz fz fz fz
(mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
<6D | 0.01 | 0.09 0.008 0.007 0.006 0.006
0.2 <8D| 0.01 0.08 0.007 0.006 0.005 0.005
<10D| 0.01 | 0.07 0.006 0.005 0.004 0.004
<6D| 0.02 | 0.13 0.010 0.009 0.008 0.007
03 <8D| 001 012 0.009 0.007 0.006 0.006
<10D| 0.01 | 0.11 0.008 0.006 0.005 0.004
<6D | 0.02 | 0.17 0.013 0.012 0.010 0.009
04 <8D| 002 016 0.012 0.009 0.008 0.007
<10D| 0.01 | 0.15 0.010 0.007 0.007 0.006
<6D| 0.03 | 0.22 0.017 0.015 0.014 0.012
05 <8D| 0.02 020 0.015 0.012 0.011 0.010
<10D| 0.02 | 0.18 0.014 0.010 0.009 0.008
<6D| 0.03 | 0.26 0.021 0.019 0.017 0.015
06 <8D| 003 024 0.019 0.015 0.014 0.012
<10D| 0.02 | 0.22 0.017 0.012 0.011 0.009
<6D | 0.04 | 0.35 0.025 0.023 0.020 0.018
0.8 <8D| 003 032 0.023 0.018 0.016 0.014
<10D| 0.03 | 0.29 0.020 0.014 0.013 0.011
<6D | 0.05| 0.44 0.030 0.027 0.024 0.021
<8D | 0.04 | 0.40 0.027 0.022 0.019 0.017
ROUND RIB 1 |<10D 0.04 | 0.37 0.024 0.017 0.015 0.013
<12D| 0.03 | 0.33 0.021 0.013 0.012 0.010
>12D | 0.02 | 0.30 0.018 0.010 0.009 0.008
<6D | 0.06 | 0.52 0.035 0.032 0.028 0.025
<8D | 0.05| 0.48 0.032 0.026 0.023 0.020
1.2 |<10D| 0.04 | 0.44 0.028 0.020 0.018 0.016
<12D| 0.03 | 0.39 0.025 0.015 0.014 0.012
>12D| 0.03 | 0.36 0.021 0.011 0.010 0.009
<6D | 0.08 | 0.65 0.045 0.041 0.036 0.032
<8D | 0.06 | 0.61 0.041 0.033 0.029 0.026
1.5 |<10D| 0.05 | 0.55 0.036 0.026 0.023 0.020
<12D| 0.04 | 0.49 0.032 0.020 0.018 0.015
>12D | 0.03 | 0.44 0.027 0.015 0.013 0.011
<6D | 0.10 | 0.87 0.060 0.054 0.048 0.042
<8D | 0.09 | 0.81 0.054 0.044 0.039 0.034
2 |<10D 0.07 | 0.74 0.048 0.035 0.031 0.027
<12D| 0.06 | 0.65 0.042 0.026 0.024 0.021
>12D | 0.05 | 0.59 0.036 0.019 0.017 0.015
<6D | 0.13 | 1.09 0.060 0.054 0.048 0.042
<8D | 0.11 | 1.01 0.054 0.044 0.039 0.034
25 <10D| 0.09 | 0.92 0.048 0.035 0.031 0.027
<12D| 0.07 | 0.82 0.042 0.026 0.024 0.021
>12D| 0.06 | 0.74 0.036 0.019 0.017 0.015
<6D | 0.15 | 1.31 0.075 0.068 0.060 0.053
<8D | 013 | 1.21 0.068 0.055 0.049 0.043
3 |<10D| 0.11 | 1.10 0.060 0.043 0.038 0.034
<12D| 0.08 | 0.98 0.053 0.033 0.029 0.026
>12D | 0.07 | 0.89 0.045 0.024 0.022 0.019
n Vf
o o
(rpm) (mm/min)
45° x1.65 x 1.65
30° x1.30 x 1.30
15° x1.15 x1.15
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150513 BREEER BERMOEE 12| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae apxD apxD apxD apxD
M Ve (m/min) 80120 60100 50+70 30+50
g T DC | LU | ap |DC(eff) fz fz fz fz
g ou (mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
w <6D| 020 | 1.74 0.095 0.086 0.076 0.067
@ <8D| 017 | 1.61 0.086 0.069 0.062 0.054
3 4 |<10D| 0.14 | 1.47 0.076 0.055 0.049 0.043
T <12D| 0.11 | 1.31 0.067 0.042 0.037 0.033
>12D| 0.09 | 1.19 0.057 0.031 0.027 0.024
‘g o n Vi
g (rpm) (mm/min)
2 45° x 1.65 x 1.65
o 30° | x1.30 | x1.30
15° x1.15 x1.15
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

MHCRB2 e T
S I
apy ! | E
N LU o
© Cylindrical shank LF (77)
o 2 flutes ball nose
 Extended and reduced neck I
© 6 mm. shank w
a A
* * * =
i
NMG | | 30:70 @ 2
FHA 30°| |BALLNOSE | |ZEFP2BALL n
DC | DC tol. RE RE tol. | DCON = APMX LU DN LF ZEFP n::lijo’ nl;l:o u=|1-l°130’ ul;lio nl;l;o EDP no. Stock
05 ]0/-0.012) 0.25 | +0.005 6 0.5 2 0.45 50 2 2.15 2.22 2.29 2.36 2.52 | MHCRB20050206 @)
05 ]0/-0.012) 0.25 | +0.005 6 0.5 4 0.45 50 2 4.22 4.35 45 4.65 4.98 | MHCRB20050406 [} o
0.6 |0/-0.012) 0.3 | +0.005 6 0.5 2 0.55 50 2 2.15 2.21 2.28 2.35 2.5 | MHCRB20060206 [ ] %
0.6 |0/-0.012) 0.3 | +0.005 6 05 4 0.55 50 2 4.22 4.35 4.49 4.65 4.97 | MHCRB20060406 [ ;
0.6 |0/-0.012) 0.3 | +0.005 6 0.5 6 0.55 50 2 6.28 6.49 6.71 6.94 7.44 | MHCRB20060606 ) -
08 10/-0.012] 0.4 | +0.005 6 0.8 2 0.75 50 2 2.15 2.21 2.27 2.34 2.48 | MHCRB20080206 [ J a
0.8 |0/-0.012) 0.4 | +0.005 6 0.8 4 0.75 50 2 4.21 4.34 4.48 4.63 4.95 | MHCRB20080406 [ ]
0.8 |0/-0.012) 0.4 | +0.005 6 0.8 6 0.75 50 2 6.28 6.48 6.7 6.93 7.42 | MHCRB20030606 [
1 0/-0.012] 0.5 | +0.005 6 1 3 09 50 2 327 3.37 3.47 3.57 3.8 | MHCRB20100306 ) ]
1 0/-0.012] 05 | +0.005 6 1 6 09 50 2 6.37 6.58 6.79 7.02 7.5 | MHCRB20100606 [} El
1 0/-0.012) 05 | +0.005 6 1 8 09 50 2 8.44 8.71 9 9.31 9.97 | MHCRB20100806 [ ] %
1 0/-0.012] 05 | +0.005 6 1 10 09 50 2 1051 | 10.85 | 11.22 | 11,61 | 12.44 | MHCRB20101006 [ é
12 10/-0.012) 0.6 | +0.005 6 12 6 1.1 50 2 6.37 6.57 6.78 7 7.48 | MHCRB20120606 ) =
12 10/-0.012) 0.6 | +0.005 6 12 8 11 50 2 8.44 8.71 8.99 9.3 9.95 | MHCRB20120806 [ c_',,
12 10/-0.012] 0.6 | +0.005 6 12 10 11 50 2 105 | 1085 | 11.21 | 1159 | 1242 | MHCRB20121006 [}
15 10/-0.012] 0.75 | £0.005 6 15 4 14 50 2 4.3 4.42 4.55 4.68 4.98 | MHCRB20150406 [
15 10/-0.012] 0.75 | £0.005 6 15 8 14 50 2 8.43 8.7 8.98 9.27 9.91 | MHCRB20150806 [ o~
15 10/-0.012] 0.75 | +£0.005 6 15 10 1.4 50 2 105 | 10.84 | 11.19 | 1157 | 12.38 | MHCRB20151006 [} g
15 10/-0.012] 0.75 | +£0.005 6 15 12 14 50 2 1257 | 1297 | 13.41 | 13.86 | 14.85 | MHCRB20151206 [} 2
15 10/-0.012| 0.75 | £0.005 6 15 16 14 50 2 16.7 | 17.25 | 17.84 | 18.45 | 19.78 | MHCRB20151606 [ ué
2 0/-0012] 1 +0.005 6 3 6 19 50 2 6.36 6.54 6.74 6.94 7.39 | MHCRB20200606 ) -
2 0/-0012] 1 +0.005 6 3 8 19 50 2 8.42 8.68 8.95 9.24 9.86 | MHCRB20200806 [ -
2 0/-0012) 1 +0.005 6 3 10 1.9 50 2 1049 | 10.82 | 1117 | 1153 | 12.32 | MHCRB20201006 [
2 00012 1 +0.005 6 3 12 19 50 2 1256 | 12.96 | 13.38 | 13.83 | 14.79 | MHCRB20201206 [
2 0-0012] 1 +0.005 6 3 16 19 50 2 16.69 | 17.23 | 17.81 | 1842 | 19.73 | MHCRB20201606 ) @
2 0/-0012] 1 +0.005 6 3 20 19 50 2 20.83 | 2151 | 22.24 23 24.66 A MHCRB20202006 [} %
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion §
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UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

MHCRB2
Material Group
150513 BREEER BERMOEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae ap x0.2D ap x0.2D ap x0.2D ap x0.2D
V¢ (m/min) 140+160 110+130 80+100 50+70
DC | LU | ap |DC(eff) fz fz fz fz
(mm) | (mm) | (mm) | (mm) (mm/z) (mm/z) (mm/z) (mm/z)
0.5 <6D | 0.03 022 0.020 0.018 0.016 0.014
<8D| 0.02 | 0.20 0.018 0.015 0.013 0.011
<10D| 0.02 | 0.18 0.016 0.012 0.010 0.009
0.6 <6D | 003 0.26 0.022 0.020 0.018 0.015
<8D| 0.03 | 0.24 0.020 0.016 0.014 0.012
<10D| 0.02 | 0.22 0.018 0.013 0.011 0.010
0.8 <6D | 0.04 0.35 0.025 0.023 0.020 0.018
<8D| 0.03 | 0.32 0.023 0.018 0.016 0.014
<10D| 0.03 | 0.29 0.020 0.014 0.013 0.011
1 | <6D 005|044 0.030 0.027 0.024 0.021
<8D| 0.04 | 0.40 0.027 0.022 0.019 0.017
ROUND RIE <100] 004 | 0.37 0.024 0.017 0.015 0.013
<12D| 0.03 | 0.33 0.021 0.013 0.012 0.010
>12D| 0.02 | 0.30 0.018 0.010 0.009 0.008
1.2 |<6D | 0.06 | 0.52 0.035 0.032 0.028 0.025
<8D| 0.05| 048 0.032 0.026 0.023 0.020
<10D| 0.04 | 0.44 0.028 0.020 0.018 0.016
<12D| 0.03 | 0.39 0.025 0.015 0.014 0.012
>12D| 0.03 | 0.36 0.021 0.011 0.010 0.009
15 | <6D | 0.08 | 0.65 0.045 0.041 0.036 0.032
<8D | 0.06 | 061 0.041 0.033 0.029 0.026
<10D| 0.05 | 0.55 0.036 0.026 0.023 0.020
<12D| 0.04 | 0.49 0.032 0.020 0.018 0.015
>12D| 0.03 | 0.44 0.027 0.015 0.013 0.011
2 |<6D| 010 0.87 0.060 0.054 0.048 0.042
<8D| 0.09 | 081 0.054 0.044 0.039 0.034
<10D| 0.07 | 0.74 0.048 0.035 0.031 0.027
<12D| 0.06 | 0.65 0.042 0.026 0.024 0.021
>12D| 0.05 | 0.59 0.036 0.019 0.017 0.015
n Vi
o (rpm) (mm/min)
45° x 1.65 x 1.65
30° x1.30 x1.30
15° x1.15 x1.15
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE\ a
N _ 3
ool | ) 188" 3
e Cylindrical shank ‘ APMX_|
e 2 flutes ball nose LF
w
hAd pAg * %
NMG 1 é
oot | UM || ]| 6
FHA 30°| |BALLNOSE | |ZEFP2BALL -
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

1 0/-0.012 0.5 0/-0.010 6 h6 15 40 2 UHCSB2010 [ ]
15 0/-0.012 0.75 0/-0.010 6 h6 25 40 2 UHCSB2015 [ ] o
2 0/-0.012 1 0/-0.010 6 h6 3 40 2 UHCSB2020 [ ] %
2.5 0/-0.012 1.25 0/-0.010 6 h6 3 50 2 UHCSB2025 [ ] ;
3 0/-0.012 15 0/-0.010 6 h6 45 50 2 UHCSB2030 [} -
4 0/-0.012 2 0/-0.010 6 h6 6 50 2 UHCSB2040 [ J a

5 0/-0.012 2.5 0/-0.010 6 h6 7.5 50 2 UHCSB2050 [ ]

6 0/-0.015 3 0/-0.010 6 h6 9 50 2 UHCSB2060 [ ]
8 0/-0.015 4 0/-0.010 8 h6 12 50 2 UHCSB2080 [ ] «
10 0/-0.015 5 0/-0.010 10 h6 15 60 2 UHCSB2100 [ J EI
12 0/-0.015 6 0/-0.010 12 h6 18 60 2 UHCSB2120 [ ] %
14 0/-0.020 7 0/-0.020 14 h6 32 90 2 UHCSB2140 [ ] E
16 0/-0.020 8 0/-0.020 16 h6 32 90 2 UHCSB2160 [ ] %
18 0/-0.020 9 0/-0.020 18 h6 38 100 2 UHCSB2180 [ ] =

20 0/-0.020 10 0/-0.020 20 h6 38 100 2 UHCSB2200 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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L - CARBIDE BURRS

UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150513 BREEER BERMOEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60+65 HRC
apx ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 140+180 100+140 80+100 60+80
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.009 0.008 0.007 0.006
1.5 0.79 0.012 0.011 0.010 0.008
2 1.20 0.012 0.011 0.010 0.008
2.5 1.65 0.015 0.014 0.012 0.011
3 2.14 0.018 0.016 0.014 0.013
4 3.20 0.025 0.023 0.020 0.018
5 4.33 0.032 0.029 0.026 0.022
6 5.50 0.038 0.034 0.030 0.027
8 7.84 0.048 0.043 0.038 0.034
10 10.00 0.057 0.051 0.046 0.040
12 11.76 0.067 0.060 0.054 0.047
14 12.83 0.080 0.072 0.064 0.056
16 12.80 0.095 0.086 0.076 0.067
18 10.80 0.108 0.097 0.086 0.076
20 12.00 0.108 0.097 0.086 0.076
o n Vi
(rpm) (mm/min)
15° x1.1 x1.1
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE\ [1N =
oo] @ | | Jooon =
 Cylindrical shank — —t (h6) @
o 2 flutes ball nose —/ME—U‘ ' ‘
e Long reach LF
w
hAd pAg * %
i
NMG 70 z
Yo || UM e
FHA 30°| |BALLNOSE | |ZEFP2BALL -
DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock
1 0/-0.012 0.5 0/-0.010 4 h6 1 2.2 0.95 50 2 UH250010 [ ]
15 0/-0.012 0.75 0/-0.010 4 h6 15 3 1.45 50 2 UH250015 [} o
2 0/-0.012 1 0/-0.010 6 h6 2 4 1.95 50 2 UH250020 [ ] %
25 0/-0.020 1.25 0/-0.015 6 h6 4 10 2.4 50 2 UH250025 [ ] ;
3 0/-0.012 15 0/-0.010 6 h6 3 6 2.85 60 2 UH250030 [ ] -
4 0/-0.012 2 0/-0.010 6 h6 4 8 3.85 70 2 UH250040 [ ] a
5 0/-0.012 2.5 0/-0.010 6 h6 5 10 4.85 80 2 UH250050 [ ]
6 0/-0.015 3 0/-0.010 6 h6 6 12 5.85 90 2 UH250060 [ ]
8 0/-0.015 4 0/-0.010 8 h6 8 16 7.7 100 2 UH250080 [ ] «
10 0/-0.015 5 0/-0.010 10 h6 10 20 97 100 2 UH250100 o EI
12 0/-0.015 6 0/-0.010 12 h6 12 24 7 110 2 UH250120 [ ] %
14 0/-0.020 7 0/-0.020 14 h6 32 80 13 125 2 UH250140 ® E
16 0/-0.020 8 0/-0.020 16 h6 32 80 15 125 2 UH250160 [ ] %
18 0/-0.020 9 0/-0.020 18 h6 38 80 17 125 2 UH250180 [ ] =
20 0/-0.020 10 0/-0.020 20 h6 38 80 19 125 2 UH250200 [ ]

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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L - CARBIDE BURRS

UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH250
Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 120+160 100+130 70+90 50+70
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.015 0.014 0.012 0.011
2 0.87 0.021 0.019 0.017 0.015
3 1.31 0.027 0.024 0.022 0.019
4 1.74 0.037 0.033 0.029 0.026
5 2.18 0.045 0.041 0.036 0.032
6 2.62 0.051 0.046 0.041 0.036
8 3.49 0.060 0.054 0.048 0.042
10 4.36 0.068 0.061 0.054 0.048
12 5.23 0.077 0.069 0.061 0.054
14 6.10 0.089 0.080 0.071 0.062
16 6.97 0.102 0.092 0.082 0.071
18 7.85 0.115 0.103 0.092 0.080
20 8.72 0.132 0.119 0.106 0.092
o n Vf
(rpm) (mm/min)
30° x0.8 x0.8
15° x0.7 x0.7
0° x 0.6 x 0.6
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UH (<70HRC) and MH (30+70HRC) Ball nose ¢/SORMA

DIAMOND & CUTTING TOOLS

RE 7\ D¢N B %

DCON o

 Cylindrical shank oe L® ‘ H*I (h6) »°
o 2 flutes ball nose fLNII)&J‘ ! ‘

e Extra-long reach LF

A

Y Yo * ;E'

NMG §

Norm | | UH AR Z

FHA 30°| |BALLNOSE | |ZEFP2BALL n

DC DC tol. RE RE tol. DCON TCDCON APMX LU DN LF ZEFP EDP no. Stock

1 0/-0.020 05 0/-0.010 6 h6 3 7 0.9 75 2 UH25301075 [}

1 0/-0.020 0.5 0/-0.010 6 h6 3 10 0.9 100 2 UH253010100 [} o
15 0/-0.020 0.75 0/-0.010 6 h6 3 10 14 75 2 UH25301575 [ %
15 0/-0.020 0.75 0/-0.010 6 h6 3 15 14 100 2 UH253015100 [ ;

2 0/-0.020 1 0/-0.010 6 h6 4 14 19 75 2 UH25302075 [} -

2 0/-0.020 1 0/-0.010 6 h6 4 20 19 100 2 UH253020100 [ J a
2.5 0/-0.020 1.25 0/-0.015 6 h6 4 18 24 75 2 UH25302575 [

3 0/-0.025 15 0/-0.015 6 h6 5 21 2.8 75 2 UH25303075 [}

3 0/-0.025 15 0/-0.015 6 h6 5 30 2.8 100 2 UH253030100 ) ]

4 0/-0.025 2 0/-0.015 6 h6 8 28 3.7 75 2 UH25304075 [ J El

4 0/-0.025 2 0/-0.015 6 h6 8 40 3.7 100 2 UH253040100 ® %

5 0/-0.025 2.5 0/-0.015 6 h6 9 50 4.6 100 2 UH253050100 [ é

6 0/-0.025 3 0/-0.015 6 h6 10 60 55 100 2 UH253060100 [} =

6 0/-0.025 3 0/-0.015 6 h6 10 60 55 150 2 UH253060150 [ ] c_'j

8 0/-0.030 4 0/-0.015 8 h6 12 60 7.4 100 2 UH253080100 [}

8 0/-0.030 4 0/-0.015 8 h6 12 80 7.4 150 2 UH253080150 [

10 0/-0.035 5 0/-0.020 10 h6 14 85 9.2 125 2 UH253100125 [ o~
10 0/-0.035 5 0/-0.020 10 h6 14 100 9.2 150 2 UH253100150 [ J g
12 0/-0.035 6 0/-0.020 12 h6 16 85 11 125 2 UH253120125 [ 2
12 0/-0.035 6 0/-0.020 12 h6 16 110 1 150 2 UH253120150 [ ;
14 0/-0.035 7 0/-0.020 14 h6 32 110 13 150 2 UH253140150 v -
14 0/-0.035 7 0/-0.020 14 h6 32 150 13 200 2 UH253140200 v -
16 0/-0.035 8 0/-0.020 16 h6 32 110 15 150 2 UH253160150 \Y%
16 0/-0.035 8 0/-0.020 16 h6 32 150 15 200 2 UH253160200 v
20 0/-0.035 10 0/-0.020 20 h6 38 110 19 150 2 UH253200150 v @
20 0/-0.035 10 0/-0.020 20 h6 38 150 19 200 2 UH253200200 v %
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion §
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L - CARBIDE BURRS

UH (<7OHRC) and MH (30+70HRC) Ball nose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

UH253
Material Group
1S0513 BREEER BEROEE 2| 3]
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D 0.05D x 0.2D
V¢ (m/min) 110+150 80+120 50+90 40+60
DC ap fz fz fz fz
(mm) (mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.44 0.015 0.014 0.012 0.011
2 0.87 0.021 0.019 0.017 0.015
3 1.31 0.027 0.024 0.022 0.019
4 1.74 0.037 0.033 0.029 0.026
5 2.18 0.045 0.041 0.036 0.032
6 2.62 0.051 0.046 0.041 0.036
8 3.49 0.060 0.054 0.048 0.042
10 4.36 0.068 0.061 0.054 0.048
12 5.23 0.077 0.069 0.061 0.054
14 6.10 0.089 0.080 0.071 0.062
16 6.97 0.102 0.092 0.082 0.071
18 7.85 0.115 0.103 0.092 0.080
20 8.72 0.132 0.119 0.106 0.092
o n Vf
(rpm) (mm/min)
30° x0.8 x0.8
15° x0.7 x0.7
0° x 0.6 x 0.6
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STIIN ON3 SSH - X
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CAPTION ¢/SORMA

DIAMOND & CUTTING TOOLS

STOCK *
° # stock standard ® Standard Lager
) stock standard ) stock standard
® 4 non-stock standard (no MOQ) @ Nicht-Lager-Standard (keine MOQ / Mindestbestellmenge)
) non-standard stock (no MOQ) ) non-standard stock (aucun MOQ/commande minimale)
o # non-stock standard (MOQ) ® Nicht-Lager-Standard (keine MOQ / Mindestbestellmenge)
) non-standard stock (MOQ) () non-standard stock (aucun MOQ/commande minimale)
- A < upcoming product  kommende Produkt
§' 4 prossima introduzione 4) prochaine introduction
[=]
w v # stock exhaustion @ \/orraterschopfung
E 4 esaurimento stock O épuisement du stock
S
T
s APPLICATION GUIDELINES ¢ INDICAZIONI PER L'APPLICAZIONE = LEITFADEN ZUR ANWENDUNG ¢» INDICATIONS POUR L’APPLICATION
* < 1st choice &1, Wahl
w .
2 () 1a scelta 4 1er choix
=
[=]
[72}
w
==
D % # suitable ® geeignet
O adatto O adapté
- # SHANK « ATTACCO = SCHAF ¢ QUEUET
)
-
=
% # cylindrical shank # 7ylindrischer Schaft
w ) attacco cilindrico O queue cylindrique
2
<<
(&}
-
Weldon

# MILLING STRATEGY «» STRATEGIA DI FRESATURA = FRASSTRATEGIE ¢ STRATEGIES DE FRAISAGE
H < slotting @ Nutfrasen
SLOTTING O fresatura di cave ) rainurage
< side milling # Konturfrasen
SDEMILLING ) contornatura ) contournage
4 copying  Kopieren
COPYING () copiatura ) copiage

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

L - CARBIDE BURRS

# drilling  Bohren
) foratura () percage
 rounding & Konkavradius

ROUNDING () raggiatura concava () rayon concave

DOVETAIL A dovetail A

45°-60°

* 4 The stock category of items in this catalogue may change without prior notice {4 La catégorie de stock des articles dans ce catalogue peut étre modifiée sans préavis.
1) La categoria di stock dei prodotti a catalogo puo variare senza preawiso # Die Einstufung der Produkte kann sich jederzeit &ndern

K2 OSAWA | SORMA CUTTING SOLUTIONS



CAPTION ¢/SORMA

DIAMOND & CUTTING TOOLS

# MILLING STRATEGY ¢ STRATEGIA DI FRESATURA = FRASSTRATEGIE ¢» STRATEGIES DE FRAISAGE

=
3
DOVETAIL B dovetail B 2]
45°-60°
[25] & T slot o TNut
T sLOT ocaeaTl Orainureen T
w
=
[
a
Woodruff =
[==]
[
<T
(&}
=
# GEOMETRY ¢ GEOMETRIA = GEOMETRIE (» GEOMETRIE
N 4 general purpose @ allgemeine Anwendung ]
) uso generico ) applications génériques c_g'
[72}
w
==
2l e - 1 A -
ALU * for alumlr?u{m fir AIumlnllulm
O per alluminio O pour aluminium
#TYPE OTIPO &TYP OTYPE 3
=
[=]
i
Z 4 # sharp corner ® scharfe Kante w
SQUARE 0 spigolo vivo O aréte vive %
S
-
@ < ball nose @ runder Stim
BALL NOSE O raggiata ) bout hémisphérique
4
=
# NR. OF FLUTES © N. DI TAGLIENTI & ANZAHL DER SCHNEIDEN « NOMBRE DE DENTS ;
@
2
& 2 flutes @ 2 Schneiden o
ZEFP 2 O 2 taglienti ) 2 arétes de coupe
% * 3 flutes @ 3 Schneiden o
ZEFP 3 O 3 taglienti O 3 arétes de coupe =
2
w
=]
[~=]
% # 4 flutes & 4 Schneiden =
o
ZEFP 4 O 4 taglienti O 4 arétes de coupe B
% 4 6 flutes ® 6 Schneiden
ZEFP 6 0 6 taglienti 1) 6 arétes de coupe
% # >6 flutes # 6 Schneiden
ZEFP 6 () >6 taglienti () >6 arétes de coupe

# CHIPBREAKER STYLE ¢ TIPO DI ROMPITRUCIOLO ¢ TYPE DE BRISE-COPEAUX = SPANEBRECHER TYP

o < roughing coarse pitch @ Schruppfraser Regelgewinde
CO’}\ESE () sgrossare passo grosso 1) ébauche pas gros

OSAWA | SORMA CUTTING SOLUTIONS K3



CAPTION ¢/SORMA

DIAMOND & CUTTING TOOLS

# CHIPBREAKER STYLE ¢ TIPO DI ROMPITRUCIOLO ¢ TYPE DE BRISE-COPEAUX = SPANEBRECHER TYP
(M < roughing fine pitch @ Schruppfréser Feingewinde
e 0 sgrossare passo fine O gbauche pas fin
# MATERIAL  MATERIALE @ WERKSTOFF  MATIERE
3 HSS/Co # high speed steel 5%-+8% Co & Hochleistungsschnellschnittstahl 5%--8% Co
g ) acciaio super rapido 5%+8% Co ) acier rapide 5%+8% Co
=
&
z # SURFACE TREATMENT «» TRATTAMENTO SUPERFICIALE & OBERFLACHENBEHANDLUNG ¢« TRAITMENT DE SURFACE
4 uncoated @ unbeschichtet
BR (¥ non rivestito ) non revétu
A
=
; # COATINGS © RIVESTIMENTI @ BESCHICHTUNGEN ¢ REVETEMENTS
==
A
§ # hardness (HV) & Harte (HY) 3300
2 O durezza (HV) O dureté (HY)
=
&
S # friction coefficient ® Reibungskoeffizient 03
. () coefficiente d’attrito O coefficent de frottement '
& thickness (u)  dicke (1) 3
g 4) spessore (1) 4 epaisseur (1)
=
(=]
e
@ 4 max working temperature (°C) ® hochste Temperatur (°C) 950
o () temperatura max (°C) () température maximale (°C)

1%}
o
o
>
@
w
=]
@
o
<
S
.
-
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_ %DIAMOND & CUTTING TOOLS

aros STIIYA 3AIGHYD - H

STIHA SSH -1

STIN N3 3a1Ig4YI - 1

ST AN3 SSH - X

SHUNg 30Ig4vI - 1
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SELECTION GUIDE ¢/ SORMA

DIAMOND & CUTTING TOOLS

ITEM NO. PAGE
ws2 K12
TAWS2 K  ——
wL2 K16 = -

@

= TAWL2 K7 ] D

o

[=}

w

=]

= WsA2 A0 el e

<T

[&]

- ws3 | ——
TAWS3 CEE— = ——

. HSS/Co - general purpose, square

= WL3 L e

[~ =

[=}

a

= TAWL3 R e ——
TAWSH3 K e N

9 WS4(6) K29 =

=

(=]

= TAWSA4(6) K30

w

=]

=] =)

TAWLA(6) =
TAWSR Ko (I

WSFR K37 @ — ==

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

HSS/Co - general purpose, roughing TAWSFR (G o ) W———n_ <

WLFR K40

(%) .
= TAWLFR CNE NS
2
=
2 WSB2 KA [
S
- HSS/Co general purpose, ball nose TAWSB2 Kag (e [ e S
wie? s

M K48

FFR K50 m

HSS/Co general purpose, shell

Ke OSAWA | SORMA CUTTING SOLUTIONS



SELECTION GUIDE ¢/SORMA

DIAMOND & CUTTING TOOLS

MATERIAL / HELIX
RANGE NORM TYPE e ANGLE |GEOMETRY 2z 0] 1ISOK ISON 1SO'S ISOH
a
130 DIN 327 N HSS/Co 30° SQUARE 2 * | % | ok | % =
BR 8
HSS/Co
] o x | % | x| %
1.5 DIN 327 N S0 30 SQUARE 2
3-30 DIN 844 N HS;{CO 30° SQUARE 2 * | % | ok | %
3-20 DIN 844 N HSS/Co 30° SQUARE 2 * | % | k| % =
PV200 =
=
2.20 DIN 844 AL HSS/Co 420 SQUARE 2 * B
BR <
(&}
1.3 DIN 844 N Hsséco 30° SQUARE 3 * | % | k| % =
HSS/Co
. o *x | % | x| %
2.5 DIN 844 N Sato 30 SQUARE 3
w
3-25 DIN 844 N Hsséco 30° SQUARE 3 * 4 * Y =
5
w
HSS/Co A
) o * | % | x| % 2
3-20 DIN 844 N i 30 SQUARE 3 B
HSS/Co
) o * | % | x| %
6-20 DIN 844 N A, 45 SQUARE 3
2-30 DIN 844 N HSBSF/{CO 30° SQUARE 46 * | % | k| % 9
—
S
HSS/Co o
. o . * | % | x| % 2
2-40 DIN 844 N A 30 SQUARE 46 =
Q
o
3-25 DIN 844 N HSBSéco 30° SQUARE 46 * | % | k| % £
HSS/Co -
. o " * Yo * PAg
3-40 DIN 844 N A 30 SQUARE 46
HSS/Co
_ - o - * Yo * Yo
6-20 DIN 844 N-NR A 30 SQUARE 34 “
=
[=]
6-20 DIN 844 N-HR HSs/Co 30° SQUARE 34 * | x| x| % 2
BR 3
HsS/Co :
_ - o - * Yo * ke
6-40 DIN 844 N-HR i 30 SQUARE 36 &
6-20 DIN 844 N-HR HSBSF/{CO 30° SQUARE 34 x | x| x| %
(7]
6-40 DIN 844 N-HR HSs/Co 30° SQUARE 36 *x | % | x| % £
PV200 £
w
(=)
2-25 DIN 327 N HSs/Co 30° BALL NOSE 2 * | % | k| % Z
BR 3
HSS/Co 2
_ o * Yo * ke
320 DIN 327 N e 30 BALL NOSE 2
3-20 DIN 1889 N HS:F/{CO 30° BALL NOSE 2 * | % | k| %
4063 DIN 1880 N HSBSF/{CO 30° SQUARE 8-10 T O T e
40-63 DIN 1880 N-HR HSBSF/{C" 30° SQUARE 6-10 * | % | x| %

% 1stchoice v suitable
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SELECTION GUIDE ¢/ SORMA

DIAMOND & CUTTING TOOLS

ITEM NO. PAGE
HSS/Co general purpose, corner rounding WCR K54 -
HSS/Co general purpose, dovetalil

i
2 HSS/Co general purpose, T-slot wim 6 ———
a
g HSS/Co general purpose, woodruff WWK K62 ﬂ
[&]
T
i
E
a
p= =
i
=
[=]
]
=
2
3

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

L - CARBIDE BURRS
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SELECTION GUIDE ¢/SORMA

DIAMOND & CUTTING TOOLS

MATERIAL / HELIX
RANGE NORM TYPE s ANGLE | GEOMETRY |z 000 1SOK 1ISON ISO'S [ISOH
a
RI-R11 DIN 6518 N HSS/Co 0° RADIUS 4 x | % | x| = -
BR 3
(7]
16-38 DIN 1833 N HSSF/{C" 45°-60° | SQUARE 6-12 x | % | x| %
16-38 DIN 1833 N HSSF/{C" 45°-60° | SQUARE 6-12 x | % | x| %
w
125-36 DIN 851 N sk 15° SQUARE 6-8 x | % | x| = =
§
105-325 | DIN85O N riesko 10° SQUARE 8-12 x | % | x| = g
3
% 1stchoice ¥ suitable -
w
=
oc
(=}
3
j= =
w
3
=
(=]
=
w
Q
2
<<
(&}
:
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-
=
=
[=]
=
w
7
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=
'
x
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HSS/Co

GENERAL PURPOSE

# The Osawa catalogue includes a wide range of
HSS/Co end mills both coated and uncoated.

0 |l catalogo Osawa include un’ampia scelta di frese
in HSS/Co nudo e rivestito.

@ Der Osawa Katalog umfasst eine groBe Auswahl
an beschichteten und unbeschichteten Frasern aus
HSS/Co.

O Le catalogue Osawa inclut une large gamme de
fraises en HSS/Co soit revétues soit non revétues.



HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

Sl 0O ]I
o Weldon shank ‘ APMX_ |
o 2 flutes
3
g hAd
= =
= DIN HsS/Co| | [ /17 M 6@ @ l &)
s 327 N BR /
- FHA 30°| |SQUARE| | ZEFP 2
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 -0.014/-0.028 6 h6 25 47 2 WS2010 °
o 15 -0.014/-0.028 6 h6 3 47 2 WS2015 [}
= 2 -0.014/-0.028 6 h6 4 48 2 WS2020 °
2 25 -0.014/-0.028 6 h6 5 49 2 WS2025 °
= 3 -0.014/-0.028 6 h6 5 49 2 WS2030 °
B 3.5 -0.020/-0.038 6 h6 6 50 2 WS2035 [}
4 -0.020/-0.038 6 h6 7 51 2 WS2040 °
45 -0.020/-0.038 6 h6 7 51 2 WS2045 °
0 5 -0.020/-0.038 6 h6 8 52 2 WS2050 °
§ 55 -0.020/-0.038 6 h6 8 52 2 WS2055 [ J
2 6 -0.020/-0.038 6 h6 8 52 2 WS2060 °
a 6.5 -0.025/-0.047 10 h6 10 60 2 WS2065 °
&£ 7 -0.025/-0.047 10 h6 10 60 2 WS2070 °
i 7.5 -0.025/-0.047 10 h6 10 60 2 WS2075 [}
8 -0.025/-0.047 10 h6 11 61 2 WS2080 °
85 -0.025/-0.047 10 h6 1 61 2 WS2085 °
» 9 -0.025/-0.047 10 h6 11 61 2 WS2090 °
g 9.5 -0.025/-0.047 10 h6 11 61 2 WS2095 [ J
2 10 -0.025/-0.047 10 h6 13 63 2 Ws2100 °
2 105 -0.032/-0.059 12 h6 13 70 2 WS2105 °
- 11 -0.032/-0.059 12 h6 13 70 2 ws2110 °
= 15 -0.032/-0.059 12 h6 13 70 2 WS2115 [ )
12 -0.032/-0.059 12 h6 16 73 2 Ws2120 °
125 -0.032/-0.059 12 h6 16 73 2 WS2125 °
2 13 -0.032/-0.059 12 h6 16 73 2 Ws2130 °
% 135 -0.032/-0.059 12 h6 16 73 2 WS2135 [}
E 14 -0.032/-0.059 12 h6 16 73 2 WS2140 [}
£ 15 -0.032/-0.059 12 h6 16 73 2 WS2150 °
< 16 -0.032/-0.059 16 h6 19 79 2 WS2160 °
17 -0.032/-0.059 16 h6 19 79 2 WS2170 °
18 -0.032/-0.059 16 h6 19 79 2 WS2180 [}
19 -0.040/-0.073 16 h6 19 79 2 Ws2190 °
20 -0.040/-0.073 20 h6 2 88 2 WS2200 °
2 -0.040/-0.073 20 h6 2 88 2 WS2220 °
2 -0.040/-0.073 25 h6 2 102 2 WS2240 °
2% -0.040/-0.073 25 h6 2% 102 2 WS2250 °
2% -0.040/-0.073 2 h6 2% 102 2 WS2260 °
28 -0.040/-0.073 2% h6 % 102 2 WS2280 °
30 -0.040/-0.073 25 h6 26 102 2 WS2300 [ J

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

' e ——
@ As— O ]!
o Weldon shank ‘ APMX_ |
o 2 flutes
w
* | & | x| % =
g;,; N | [ssico 7} M 6@ %
FHA 30°| |SQUARE| | ZEFP 2 -
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 -0.014/-0.028 6 h6 2.5 47 2 TAWS2010 [ ]
15 -0.014/-0.028 6 h6 3 47 2 TAWS2015 [} o
2 -0.014/-0.028 6 h6 4 48 2 TAWS2020 [ ] %
25 -0.014/-0.028 6 h6 5 49 2 TAWS2025 [ ] ;
3 -0.014/-0.028 6 h6 5 49 2 TAWS2030 [ ] -
35 -0.020/-0.038 6 h6 6 50 2 TAWS2035 [} a
4 -0.020/-0.038 6 h6 7 51 2 TAWS2040 [ ]
45 -0.020/-0.038 6 h6 7 51 2 TAWS2045 [ ]
5 -0.020/-0.038 6 h6 8 52 2 TAWS2050 [ ] ]
5.5 -0.020/-0.038 6 h6 8 52 2 TAWS2055 [} §
6 -0.020/-0.038 6 h6 8 52 2 TAWS2060 [ ] %
6.5 -0.025/-0.047 10 h6 10 60 2 TAWS2065 [ ] UQJ
7 -0.025/-0.047 10 h6 10 60 2 TAWS2070 [ ] %
7.5 -0.025/-0.047 10 h6 10 60 2 TAWS2075 [} .
8 -0.025/-0.047 10 h6 i 61 2 TAWS2080 [ ]
8.5 -0.025/-0.047 10 h6 1 61 2 TAWS2085 [ ]
9 -0.025/-0.047 10 h6 11 61 2 TAWS2090 [ ] o
9.5 -0.025/-0.047 10 h6 11 61 2 TAWS2095 [ ] g
10 -0.025/-0.047 10 h6 13 63 2 TAWS2100 [ ] =
10.5 -0.032/-0.059 12 h6 13 70 2 TAWS2105 [ ] g
11 -0.032/-0.059 12 h6 13 70 2 TAWS2110 [ ] =
15 -0.032/-0.059 12 h6 13 70 2 TAWS2115 [ ] =
12 -0.032/-0.059 12 h6 16 73 2 TAWS2120 [ ]
12.5 -0.032/-0.059 12 h6 16 73 2 TAWS2125 [ ]
13 -0.032/-0.059 12 h6 16 73 2 TAWS2130 [ ] @
135 -0.032/-0.059 12 h6 16 73 2 TAWS2135 [} %
14 -0.032/-0.059 12 h6 16 73 2 TAWS2140 [} a
15 -0.032/-0.059 12 h6 16 73 2 TAWS2150 [ ] g
16 -0.032/-0.059 16 h6 19 79 2 TAWS2160 [ ] j
17 -0.032/-0.059 16 h6 19 79 2 TAWS2170 [ ]
18 -0.032/-0.059 16 h6 19 79 2 TAWS2180 [}
19 -0.040/-0.073 16 h6 19 79 2 TAWS2190 [ ]
20 -0.040/-0.073 20 h6 22 88 2 TAWS2200 [ ]
22 -0.040/-0.073 20 h6 22 88 2 TAWS2220 [ ]
25 -0.040/-0.073 25 h6 26 102 2 TAWS2250 [ J

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end mills Square

TAWS2 ws2 (ve = -20% =+ -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

s = B = w @ i e
Hardness/Rm <45 HRC 45+55 HRC 55+60 HRC 60--65 HRC
ap x ae 0.03D x 0.3D 0.03D x 0.3D 0.02D x 0.3D 0.02D x 0.3D
V¢ (m/min) 110+150 90+130 60+100 50+70
DC fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)

2 0.033 0.029 0.026 0.023

3 0.050 0.045 0.040 0.035

4 0.068 0.061 0.054 0.047

5 0.086 0.077 0.068 0.060

6 0.104 0.093 0.083 0.072

8 0.122 0.109 0.097 0.085

3 0.050 0.045 0.040 0.035

4 0.068 0.061 0.054 0.047

5 0.086 0.077 0.068 0.060

6 0.104 0.093 0.083 0.072

8 0.122 0.109 0.097 0.085

3 0.050 0.045 0.040 0.035

4 0.068 0.061 0.054 0.047

5 0.086 0.077 0.068 0.060

6 0.104 0.093 0.083 0.072

8 0.122 0.109 0.097 0.085

5 0.086 0.077 0.068 0.060

10 0.140 0.126 0.112 0.098

12 0.158 0.142 0.126 0.110

ap x ae =D3 0.25DxD

Matr rop 2 o]~ @ i [ 3 e
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
V¢ (m/min) 50+70 40+60 30+40 20+30
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.003 0.003 0.003 0.003
2 0.007 0.006 0.006 0.004
3 0.007 0.006 0.006 0.005
4 0.011 0.010 0.009 0.008
5 0.016 0.014 0.012 0.011
6 0.020 0.018 0.016 0.014
SOENILUNG 8 0.026 0.024 0.021 0.018
10 0.038 0.035 0.031 0.027
12 0.048 0.043 0.038 0.034
14 0.058 0.052 0.046 0.040
16 0.068 0.062 0.055 0.048
18 0.080 0.072 0.064 0.056
20 0.092 0.083 0.074 0.065
22 0.106 0.095 0.084 0.074
24 0.118 0.106 0.094 0.082
25 0.126 0.113 0.101 0.088
26 0.132 0.119 0.106 0.092
28 0.139 0.125 0.111 0.097
30 0.146 0.132 0.117 0.102
ap x ae =D3 1.5D x 0.25D 1.5D x 0.25D 1.2Dx0.1D 1.2Dx0.1D
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

TAWS2 ws2 (vC = -20% =+ -30%)

(=]
. =
ST = = 2w @ & we 2
Hardness/Rm 0.5DxD 0.5DxD 0.5DxD 0.5DxD
ap x ae 30+50 25+35 20+30 12+18
V¢ (m/min) 110+150 90+130 60100 50+70
DC fz fz fz fz ]
(mm) (mm/z) (mm/z) (mm/z) (mm/z) E'
3 0.005 0.003 0.002 0.002 w
4 0.007 0.004 0.003 0.003 B
5 0.009 0.006 0.005 0.005 S
6 0.011 0.008 0.006 0.006 =
8 0.016 0.010 0.008 0.008
10 0.020 0.014 0.012 0.011
12 0.024 0.018 0.015 0.014
14 0.029 0.022 0.018 0.017
16 0.034 0.026 0.021 0.020 3
18 0.039 0.030 0.025 0.023 S
20 0.044 0.035 0.029 0.027 ﬁ
22 0.049 0.040 0.033 0.031 -
24 0.053 0.044 0.037 0.034
25 0.055 0.047 0.039 0.037
26 0.058 0.050 0.041 0.039
28 0.061 0.052 0.044 0.041 o
30 0.064 0.055 0.046 0.043 g
%
=
2
S
-

(%]
-
=
=
[=]
=
w
(7]
(72}
=
'
x
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

T S —
e Weldon shank 8 L wl D(Chg)N
o 2 flutes ‘ APMX | LF ‘
® Long
3
g hie
= HsS/Co| | (/)7
- o |\ L) P
i BR | |FHA30°| |SQUARE| |ZEFP 2
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 -0.014/-0.028 6 he 8 56 2 WL2030 °
" 4 -0.020/-0.038 6 he 11 63 2 WL2040 °
= 5 -0.020/-0.038 6 he 13 68 2 WL2050 °
; 6 -0.020/-0.038 6 he 13 68 2 WL2060 °
= 7 -0.025/-0.047 10 he 16 80 2 WL2070 °
a 8 -0.025/-0.047 10 h6 19 88 2 WL2080 °
9 -0.025/-0.047 10 he 19 88 2 WL2090 °
10 -0.025/-0.047 10 he 22 95 2 WL2100 °
0 11 -0.032/-0.059 12 he 22 102 2 WL2110 °
= 12 -0.032/-0.059 12 he 26 110 2 WL2120 °
2 13 -0.032/-0.059 12 he 26 110 2 WL2130 °
= 14 -0.032/-0.059 12 he 26 110 2 WL2140 °
% 15 -0.032/-0.059 12 he 26 110 2 WL2150 °
- 16 -0.032/-0.059 16 he 32 123 2 WL2160 °
18 -0.032/-0.059 16 h6 32 123 2 WL2180 °
20 -0.040/-0.073 20 he 38 141 2 WL2200 °
» 22 -0.040/-0.073 20 he 38 141 2 WL2220 °
g 24 -0.040/-0.073 25 he 45 166 2 WL2240 o
2 25 -0.040/-0.073 25 he 45 166 2 WL2250 °
§ 28 -0.040/-0.073 25 he 45 166 2 WL2280 °
z 30 -0.040/-0.073 25 he 45 166 2 WL2300 °

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
— — =
DCt o —= DCON o
« Weldon shank @ As— O [ 1% ]
eldon shan APMIX_|
o 2 flutes LF
® Long
4
* | % | x| % =
a
= a
DIN HSS/Co Z K 6@ 2
844 / g
FHA 30°| |SQUARE| | ZEFP 2 '
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 -0.014/-0.028 6 h6 8 56 2 TAWL2030 [ ]
4 -0.020/-0.038 6 h6 11 63 2 TAWL2040 [ ] o~
-
5 -0.020/-0.038 6 h6 13 68 2 TAWL2050 [ ] =
6 -0.020/-0.038 6 h6 13 68 2 TAWL2060 [ ] ;
8 -0.025/-0.047 10 h6 19 88 2 TAWL2080 ) -
10 -0.025/-0.047 10 h6 22 95 2 TAWL2100 [
12 -0.032/-0.059 12 h6 26 110 2 TAWL2120 [ )
14 -0.032/-0.059 12 h6 26 110 2 TAWL2140 [ ]
16 -0.032/-0.059 16 h6 32 123 2 TAWL2160 [ ] %)
-
18 -0.032/-0.059 16 h6 32 123 2 TAWL2180 [ ) s
20 -0.040/-0.073 20 h6 38 141 2 TAWL2200 [ ) %
w
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion %
g
-
4
=
=
(=]
e
{771
{%¢]
==}
x
[72}
[~
oc
=2
==}
w
[=]
(=4}
[+
3
4

OSAWA | SORMA CUTTING SOLUTIONS K17



%
|
=
o<
a
w
=]
@
o
<
S
]
T

| - HSS DRILLS

J - CARBIDE END MILLS

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

L - CARBIDE BURRS

HSS/Co end mills Square

TAWL2 w2 (vC = -20% =+ -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Molr rop F2 B @ i [ [ e
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.3DxD 0.3DxD 0.3DxD 0.3DxD
Vc (m/min) 30+50 25:35 20+30 12+18
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.006 0.005 0.005 0.004
4 0.008 0.007 0.007 0.006
5 0.011 0.010 0.009 0.008
6 0.014 0.012 0.011 0.010
SLOTTING 8 0.020 0.018 0.016 0.015
10 0.025 0.023 0.020 0.019
12 0.030 0.027 0.024 0.023
14 0.036 0.032 0.029 0.027
16 0.042 0.038 0.034 0.032
18 0.048 0.043 0.038 0.036
20 0.053 0.048 0.043 0.040
22 0.060 0.054 0.048 0.045
25 0.070 0.063 0.056 0.053
28 0.077 0.069 0.062 0.058
30 0.084 0.076 0.067 0.063
ap x ae =D5 0.25D x D
Mokr rop e o]~ @ i [ [ e
Hardness/Rm <700 N/mm? 600+-800 N/mm? 800+1000 N/mm? 900+1200 N/mm?
ap x ae 0.2Dx 0.1D 0.2Dx 0.1D 0.2D x 0.1D 0.2D x 0.1D
Ve (m/min) 35:55 30:40 25:35 12:20
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z2) (mm/z)
3 0.006 0.006 0.005 0.005
4 0.009 0.008 0.007 0.007
5 0.012 0.011 0.009 0.009
6 0.015 0.014 0.012 0.011
SOENILUNG 8 0.022 0.020 0.018 0.017
10 0.028 0.025 0.022 0.021
12 0.033 0.030 0.027 0.025
14 0.040 0.036 0.032 0.030
16 0.046 0.042 0.037 0.035
18 0.052 0.047 0.042 0.039
20 0.059 0.053 0.047 0.044
22 0.065 0.059 0.052 0.049
25 0.077 0.069 0.062 0.058
28 0.085 0.076 0.068 0.064
30 0.092 0.083 0.074 0.069
ap x ae =D5 1.5D x 0.05D

K18

OSAWA | SORMA CUTTING SOLUTIONS




HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

' e ——
@ As— O !
o Weldon shank ‘ APMX_ |
e 2 flutes for aluminium
qIFW 9
* z
HSS/Co @
o || AL 2 Lh|| P 3
FHA 42°| |SQUARE | | ZEFP 2 n
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 -0.014/-0.028 6 h6 7 51 2 WSA2020 [}
25 -0.014/-0.028 6 h6 8 52 2 WSA2025 [ ] o
3 -0.014/-0.028 6 h6 8 52 2 WSA2030 [ ] %
4 -0.020/-0.038 6 h6 11 55 2 WSA2040 [ ;
5 -0.020/-0.038 6 h6 13 57 2 WSA2050 [} -
6 -0.020/-0.038 6 h6 13 57 2 WSA2060 [ J a
8 -0.025/-0.047 10 h6 19 69 2 WSA2080 [ ]
10 -0.025/-0.047 10 h6 22 72 2 WSA2100 [
12 -0.032/-0.059 12 h6 26 83 2 WSA2120 [} <]
14 -0.032/-0.059 12 h6 26 83 2 WSA2140 [ §
16 -0.032/-0.059 16 h6 32 92 2 WSA2160 [} %
18 -0.032/-0.059 16 h6 32 92 2 WSA2180 [ a
20 -0.040/-0.073 20 h6 38 104 2 WSA2200 ) %
% 1st choice, ¥« suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion -

K - HSS END MILLS

L - CARBIDE BURRS
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HSS/Co end mills Square

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

WSA2
Material Group
150513 V1] 2] 3 e [Ns|
Hardness/Rm
ap x ae 90+110 70+90 60+80 100140
V¢ (m/min) 30+50 25+35 20+30 12+18
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 0.015 0.014 0.012 0.018
3 0.020 0.018 0.016 0.024
SLOTTING 4 0.030 0.027 0.024 0.036
5 0.035 0.032 0.028 0.042
6 0.042 0.038 0.034 0.050
8 0.056 0.050 0.045 0.067
10 0.073 0.066 0.058 0.088
12 0.090 0.081 0.072 0.108
14 0.106 0.095 0.085 0.127
16 0.120 0.108 0.096 0.144
18 0.135 0.122 0.108 0.162
20 0.150 0.135 0.120 0.180
ap x ae =D3 0.2DxD
Material Group
150 513 V1] [N2| o s [Ns|
Hardness/Rm
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.5D
V¢ (m/min) 100+140 90+110 70+90 130+150
DC fz fz fz fz
(mm) (mm/z2) (mm/z) (mm/z) (mm/z)
2 0.018 0.016 0.014 0.020
3 0.018 0.016 0.014 0.020
SIDE MILLING 4 0.024 0.022 0.019 0.027
5 0.036 0.032 0.029 0.040
6 0.042 0.038 0.034 0.047
8 0.050 0.045 0.040 0.056
10 0.067 0.060 0.054 0.075
12 0.088 0.079 0.070 0.098
14 0.108 0.097 0.086 0.121
16 0.127 0.114 0.102 0.142
18 0.144 0.130 0.115 0.161
20 0.162 0.146 0.130 0.181
ap x ae =D3 1.2Dx0.1D

Material Group
180 513 N1 Nz [na s N5
Hardness/Rm
apx ae 0.5D x 0.5D 0.5D x 0.5D 0.5D x 0.5D 0.5D x 0.5D
Ve (m/min) 70+90 55+75 50+60 90+110
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.010 0.007 0.006 0.009
4 0.015 0.009 0.008 0.012
5 0.018 0.014 0.012 0.018
6 0.021 0.016 0.014 0.021
8 0.028 0.019 0.017 0.025
10 0.037 0.025 0.022 0.034
12 0.045 0.033 0.029 0.044
14 0.053 0.041 0.036 0.054
16 0.060 0.048 0.042 0.064
18 0.068 0.054 0.048 0.072
20 0.075 0.061 0.054 0.081
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HSS/Co end mills Square

¢, SORMA

DIAMOND & CUTTING TOOLS

WS3

o _
il T n B
 Weldon shank APMX_| ‘
o 3flutes LF
* 1Al * hAd
Hss/Co| | 17 M
o || || 7
FHA 30°| | SQUARE SIDE MILLING
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
1 -0.014/-0.028 6 h6 3 47 3 WS3010 [}
15 -0.014/-0.028 6 h6 7 51 3 WS3015 [ ]
2 -0.014/-0.028 6 h6 7 51 3 WS3020 [ ]
25 -0.014/-0.028 6 h6 8 52 3 WS3025 [}
3 -0.014/-0.028 6 h6 8 52 3 WS3030 [}
35 -0.020/-0.038 6 h6 10 54 3 WS3035 [ ]
4 -0.020/-0.038 6 h6 1 55 3 WS3040 [ J
4.5 -0.020/-0.038 6 h6 1 55 3 WS3045 [}
5 -0.020/-0.038 6 h6 13 57 3 WS3050 [}
5.5 -0.020/-0.038 6 h6 13 57 3 W$S3055 [ ]
6 -0.020/-0.038 6 h6 13 57 3 WS3060 [ J
6.5 -0.025/-0.047 10 h6 16 66 3 WS3065 [}
7 -0.025/-0.047 10 h6 16 66 3 WS3070 [}
8 -0.025/-0.047 10 h6 19 69 3 WS3080 [ ]
8.5 -0.025/-0.047 10 h6 19 69 3 WS3085 [
9 -0.025/-0.047 10 h6 19 69 3 WS3090 [}
10 -0.025/-0.047 10 h6 22 72 3 WS3100 [}
1 -0.032/-0.059 12 h6 22 79 3 Wws3110 [ ]
12 -0.032/-0.059 12 h6 26 83 3 WS3120 [ J
13 -0.032/-0.059 12 h6 26 83 3 WS3130 [}
14 -0.032/-0.059 12 h6 26 83 3 WS3140 [}
15 -0.032/-0.059 12 h6 26 83 3 WS3150 [ ]
16 -0.032/-0.059 16 h6 32 92 3 WS3160 [
18 -0.032/-0.059 16 h6 32 92 3 Ws3180 [}
20 -0.040/-0.073 20 h6 38 104 3 WS3200 [}
22 -0.040/-0.073 20 h6 38 104 3 WS3220 [ ]
25 -0.040/-0.073 25 h6 45 121 3 WS3250 [ ]
30 -0.040/-0.073 25 h6 45 121 3 WS3300 [}
32 -0.050/-0.089 32 h6 53 133 3 WS3320 [}

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS

K - HSS END MILLS

L - CARBIDE BURRS



HSS/Co end mills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

BLERSNST O] IR
© Weldon shank ‘ APMX_| ‘
o 3flutes LF
3
g pAg
8 Hss/Co| | 17
= N 7| | L4
- FHA 30°| |SQUARE SIDE MILLING
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 -0.014/-0.028 6 h6 7 51 3 TAWS3020 [ ]
o 25 -0.014/-0.028 6 h6 8 52 3 TAWS3025 [}
g 3 -0.014/-0.028 6 h6 8 52 3 TAWS3030 [ ]
2 35 -0.020/-0.038 6 h6 10 54 3 TAWS3035 [ ]
- 4 -0.020/-0.038 6 h6 11 55 3 TAWS3040 [ ]
B 45 -0.020/-0.038 6 h6 11 55 3 TAWS3045 [}
5 -0.020/-0.038 6 h6 13 57 3 TAWS3050 [ ]
55 -0.020/-0.038 6 h6 13 57 3 TAWS3055 [ ]
%] 6 -0.020/-0.038 6 h6 13 57 3 TAWS3060 [ ]
§ 6.5 -0.025/-0.047 10 h6 16 66 3 TAWS3065 [}
% 7 -0.025/-0.047 10 h6 16 66 3 TAWS3070 [ ]
5 8 -0.025/-0.047 10 h6 19 69 3 TAWS3080 [ ]
% 8.5 -0.025/-0.047 10 h6 19 69 3 TAWS3085 [ ]
. 9 -0.025/-0.047 10 h6 19 69 3 TAWS3090 [}
10 -0.025/-0.047 10 h6 22 72 3 TAWS3100 [ ]
1 -0.032/-0.059 12 h6 22 79 3 TAWS3110 [ ]
- 12 -0.032/-0.059 12 h6 26 83 3 TAWS3120 [ ]
g 13 -0.032/-0.059 12 h6 26 83 3 TAWS3130 [}
= 14 -0.032/-0.059 12 h6 26 83 3 TAWS3140 [ ]
g 15 -0.032/-0.059 12 h6 26 83 3 TAWS3150 [ ]
= 16 -0.032/-0.059 16 h6 32 92 3 TAWS3160 [ ]
- 18 -0.032/-0.059 16 h6 32 92 3 TAWS3180 [ )
20 -0.040/-0.073 20 h6 38 104 3 TAWS3200 [ ]
22 -0.040/-0.073 20 h6 38 104 3 TAWS3220 [ ]
25 -0.040/-0.073 25 h6 45 121 3 TAWS3250 [ ]

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

%)
o
occ
=2
@
w
=}
[~=]
o
<
o
)
-1

K22 OSAWA | SORMA CUTTING SOLUTIONS



HSS/Co end mills Square

TAWS3 ws3 (vC = -20% =+ -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

S 2 ] = i [ [ e
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.3DxD 0.3DxD 0.3DxD 0.3DxD
Vc (m/min) 40+60 30+50 25+35 15:25
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
1 0.003 0.002 0.002 0.002
2 0.005 0.005 0.004 0.004
3 0.008 0.007 0.006 0.006
4 0.012 0.011 0.009 0.008
5 0.015 0.014 0.011 0.011
SLOTTING 6 0.020 0.018 0.015 0.014
8 0.029 0.026 0.022 0.020
10 0.036 0.032 0.027 0.025
12 0.043 0.039 0.032 0.030
14 0.051 0.046 0.038 0.036
16 0.060 0.054 0.045 0.042
18 0.069 0.062 0.052 0.049
20 0.079 0.071 0.059 0.055
22 0.088 0.079 0.066 0.062
25 0.099 0.089 0.074 0.069
28 0.122 0.110 0.090 0.085
30 0.128 0.115 0.093 0.090
32 0.136 0.116 0.095 0.093
ap x ae =D3 0.25D xD
S P[] ] ] I Wi [ [ e
Hardness/Rm <700 N/mm? 600800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 50+70 40+60 30+40 20+30
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z2) (mm/z)
1 0.003 0.003 0.002 0.002
2 0.006 0.006 0.005 0.005
3 0.006 0.006 0.005 0.005
4 0.010 0.009 0.008 0.007
5 0.014 0.013 0.011 0.010
6 0.018 0.017 0.015 0.013
SDEMLLNG 8 0.024 0.021 0.019 0.017
10 0.035 0.031 0.028 0.024
12 0.043 0.039 0.035 0.030
14 0.052 0.047 0.041 0.036
16 0.062 0.055 0.049 0.043
18 0.072 0.065 0.058 0.051
20 0.083 0.075 0.067 0.058
22 0.095 0.086 0.076 0.067
25 0.113 0.102 0.091 0.079
28 0.139 0.125 0.111 0.097
30 0.143 0.130 0.115 0.100
32 0.146 0.132 0.117 0.102
30 0.146 0.132 0.117 0.102
ap x ae =<D3 1.5Dx 0.25D 1.5Dx0.25D 1.2Dx0.1D 1.2Dx0.1D
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K - HSS END MILLS J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

L - CARBIDE BURRS




HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

DCY [ < 1 DCON
SR O )%
© Weldon shank
APMX_|
o 3flutes LF
® Long
w
o |
= W
[=]
i =
@ HSS/Co
= o ||y 77| | L
© BR
] FHA 30°| | SQUARE SIDE MILLING
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 -0.014/-0.028 6 h6 12 56 3 WL3030 [}
o 4 -0.020/-0.038 6 h6 19 63 3 WL3040 [ ]
)
= 5 -0.020/-0.038 6 h6 24 68 3 WL3050 [}
; 6 -0.020/-0.038 6 h6 24 68 3 WL3060 [}
- 8 -0.025/-0.047 10 h6 38 88 3 WL3080 )
10 -0.025/-0.047 10 h6 45 95 3 WL3100 [ J
12 -0.032/-0.059 12 h6 53 110 3 WL3120 [}
14 -0.032/-0.059 12 h6 53 110 3 WL3140 [}
« 16 -0.032/-0.059 16 h6 63 123 3 WL3160 [}
-
= 18 -0.032/-0.059 16 h6 63 123 3 WL3180 [ ]
% 20 -0.040/-0.073 20 h6 75 141 3 WL3200 [}
= 22 -0.040/-0.073 20 h6 75 141 3 WL3220 [}
=}
% 25 -0.040/-0.073 25 h6 90 166 3 WL3250 O
- % 1st choice, ¥« suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

[N < 1 DCON
ool RN O | 1°R9
© Weldon shank APMX
|
o 3flutes ‘ LF ‘
® Long
4
* | % | x| % =
a
= a
DIN HSS/Co ==}
844 N VA M S
(&}
FHA 30°| |SQUARE SIDE MILLING |
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 -0.014/-0.028 6 h6 12 56 3 TAWL3030 )
4 -0.020/-0.038 6 h6 19 63 3 TAWL3040 [ o~
-
5 -0.020/-0.038 6 h6 24 68 3 TAWL3050 [ =
6 -0.020/-0.038 6 h6 24 68 3 TAWL3060 [ ;
8 -0.025/-0.047 10 h6 38 88 3 TAWL3080 ) -
10 -0.025/-0.047 10 h6 45 95 3 TAWL3100 [
12 -0.032/-0.059 12 h6 53 110 3 TAWL3120 [
14 -0.032/-0.059 12 h6 53 110 3 TAWL3140 [
16 -0.032/-0.059 16 h6 63 123 3 TAWL3160 ) <)
-
18 -0.032/-0.059 16 h6 63 123 3 TAWL3180 [ ) s
20 -0.040/-0.073 20 h6 75 141 3 TAWL3200 [ %
w
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion %
g
-

K - HSS END MILLS

L - CARBIDE BURRS
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J - CARBIDE END MILLS

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

L - CARBIDE BURRS

HSS/Co end mills Square

TAWL3 wL3 (vC = -20% =+ -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150513 EE EER P+ JLU 2| (s L
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.3DxD 0.3DxD 0.3DxD 0.2DxD

Vc (m/min) 30+50 25+35 20+30 12:18

DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.006 0.005 0.005 0.004
4 0.008 0.007 0.007 0.006
5 0.011 0.010 0.009 0.008
6 0.014 0.012 0.011 0.010
8 0.020 0.018 0.016 0.015
10 0.025 0.023 0.020 0.019
12 0.030 0.027 0.024 0.023
14 0.036 0.032 0.029 0.027
16 0.042 0.038 0.034 0.032
18 0.048 0.043 0.038 0.036
20 0.053 0.048 0.043 0.040
22 0.060 0.054 0.048 0.045
25 0.070 0.063 0.056 0.053

ap x ae =D5 0.25DxD

Material Group
150 513 EE B ER P+ JLU 2| & we
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 2Dx0.1D 2Dx0.1D 2Dx0.1D 2Dx0.1D
V¢ (m/min) 40+50 30+40 25+35 10+20
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 0.006 0.006 0.005 0.005
4 0.009 0.008 0.007 0.007
5 0.012 0.011 0.009 0.009
SOEMLLNG 6 0015 0.014 0.012 0.011
8 0.022 0.020 0.018 0.017
10 0.028 0.025 0.022 0.021
12 0.033 0.030 0.027 0.025
14 0.040 0.036 0.032 0.030
16 0.046 0.042 0.037 0.035
18 0.052 0.047 0.042 0.039
20 0.059 0.053 0.047 0.044
22 0.065 0.059 0.052 0.049
25 0.077 0.069 0.062 0.058
ap x ae <D5 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D 1.5D x 0.05D

K26
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

SOLID

 Weldon shank 7‘ APMX_|
e 3flutes

4

* | % | x| % =

a

= a

[ =

DIN HSS/Co Z K % =]

844 N VA =

(&}

FHA 50°| |SQUARE| | ZEFP 3 SIDE MILLING |

==

DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

6 +0.048/0 6 h6 13 57 3 TAWSH3060 )

8 +0.058/0 10 h6 19 69 3 TAWSH3080 [ ] o~

-

10 +0.058/0 10 h6 22 72 3 TAWSH3100 [ ] =

12 +0.070/0 12 h6 26 83 3 TAWSH3120 O ;

14 +0.070/0 12 h6 26 83 3 TAWSH3140 ) -
16 +0.070/0 16 h6 32 92 3 TAWSH3160 [ ]
18 +0.070/0 16 h6 32 92 3 TAWSH3180 [ ]
20 +0.084/0 20 h6 38 104 3 TAWSH3200 [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g
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| - HSS DRILLS

J - CARBIDE END MILLS
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L - CARBIDE BURRS

HSS/Co end mills Square

TAWSH3

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group

G &

E@E@

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.3DxD 0.3DxD 0.3DxD 0.3DxD
Vc (m/min) 40+60 30+50 25+35 15+25
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.020 0.018 0.015 0.014
8 0.029 0.026 0.022 0.020
10 0.036 0.032 0.027 0.025
12 0.043 0.039 0.032 0.030
14 0.051 0.046 0.038 0.036
16 0.060 0.054 0.045 0.042
18 0.069 0.062 0.052 0.049
20 0.079 0.071 0.059 0.055

SIDE MILLING

Material Group

R <

& i 3

Emz

1S0 513
Hardness/Rm <700 N/mm? 600800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
V¢ (m/min) 50+70 40+60 30+40 20+30
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z2)
6 0.018 0.017 0.015 0.013
8 0.024 0.021 0.019 0.017
10 0.035 0.031 0.028 0.024
12 0.043 0.039 0.035 0.030
14 0.052 0.047 0.041 0.036
16 0.062 0.055 0.049 0.043
18 0.072 0.065 0.058 0.051
20 0.083 0.075 0.067 0.058
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HSS/Co end mills Square

¢, SORMA

DIAMOND & CUTTING TOOLS

WS4(6)

. . _
po] BN | 1o%8
o Weldon shank APMX_| ‘
o 4flutes LF
* | % | x| %
DIN N | [HSsice ,‘i” M %
844 BR /]
FHA 30°| |SQUARE| |ZEFP 4 | [N

DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 +0.040/0 6 h6 7 51 4 WS4020 °
3 +0.040/0 6 he 8 52 4 WS4030 °
4 +0.040/0 6 h6 11 55 4 WS4040 °
5 +0.040/0 6 h6 13 57 4 WS4050 °
6 +0.040/0 6 h6 13 57 4 WS4060 °
7 +0.040/0 10 he 16 66 4 WS4070 °
8 +0.040/0 10 h6 19 69 4 WS4080 °
9 +0.040/0 10 h6 19 69 4 WS4090 °
10 +0.040/0 10 h6 2 72 4 WS4100 °
11 +0.040/0 12 he 22 79 4 WS4110 °
12 +0.040/0 12 h6 2% 83 4 WS4120 °
13 +0.040/0 12 h6 2% 83 4 WS4130 °
14 +0.040/0 12 h6 2% 83 4 WS4140 °
15 +0.040/0 12 he 26 83 4 WS4150 °
16 +0.040/0 16 h6 32 92 4 WS4160 °
18 +0.040/0 16 h6 32 92 4 WS4180 °
20 +0.040/0 20 h6 38 104 4 WS4200 °
22 +0.040/0 20 he 38 104 4 WS4220 °
2 +0.040/0 25 h6 45 121 4 WS4250 °
2 +0.040/0 2% h6 45 121 6 WS6240 °
28 +0.040/0 2% h6 45 121 6 WS6280 °
30 +0.040/0 25 he 45 121 6 WS6300 °

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

K - HSS END MILLS

L - CARBIDE BURRS




HSS/Co end mills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

) S~ ~ YDCON
ol BN O | 1%%8
© Weldon shank ‘ APMX_| ‘
o 4flutes LF
w
o |
2 *x | % | x| %
[=}
= =
g DIN N | [HSsice /) Z K %
844
< FHA 30°| |SQUARE | |ZEFP 4 | [ELIIH
p= =
DC DG tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 +0.040/0 6 h6 7 51 4 TAWS4020 °
o 3 +0.040/0 6 h6 8 52 4 TAWS4030 °
)
= 4 +0.040/0 6 h6 11 55 4 TAWS4040 °
2 5 +0.040/0 6 h6 13 57 4 TAWS4050 °
- 6 +0.040/0 6 h6 13 57 4 TAWS4060 °
7 +0.040/0 10 h6 16 66 4 TAWS4070 °
8 +0.040/0 10 h6 19 69 4 TAWS4080 °
9 +0.040/0 10 h6 19 69 4 TAWS4090 °
9 10 +0.040/0 10 h6 22 72 4 TAWS4100 °
-
S 1 +0.040/0 12 h6 22 79 4 TAWS4110 °
2 12 +0.040/0 12 h6 26 83 4 TAWS4120 °
a 13 +0.040/0 12 h6 26 83 4 TAWS4130 °
[==]
£ 14 +0.040/0 12 h6 26 83 4 TAWS4140 °
o 15 +0.040/0 12 h6 26 83 4 TAWS4150 °
16 +0.040/0 16 h6 32 92 4 TAWS4160 °
17 +0.040/0 16 h6 32 92 4 TAWS4170 °
o 18 +0.040/0 16 h6 32 92 4 TAWS4180 °
g 19 +0.040/0 16 h6 32 92 4 TAWS4190 °
2 20 +0.040/0 20 h6 38 104 4 TAWS4200 °
§ 2 +0.040/0 20 h6 38 104 4 TAWS4220 °
= 25 +0.040/0 25 h6 45 121 4 TAWS4250 °
x
28 +0.040/0 25 h6 45 121 6 TAWS6280 °
30 +0.040/0 25 h6 45 121 6 TAWS6300 °
32 +0.040/0 32 h6 53 133 6 TAWS6320 °
36 +0.040/0 32 h6 53 133 6 TAWS6360 °
40 +0.040/0 40 h6 63 155 6 TAWS6400 °

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end mills Square

TAWSA4/6 wsa/6 (v = -20% = -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

S = BE @ w @ i e
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
V¢ (m/min) 50+70 40+60 30+40 20+30
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 4 0.006 0.005 0.005 0.004
3 4 0.006 0.005 0.005 0.004
4 4 0.009 0.008 0.007 0.006
5 4 0.012 0.011 0.010 0.009
6 4 0.016 0.015 0.013 0.012
8 4 0.021 0.019 0.017 0.016
SIDE MILLING 10 4 0.031 0.028 0.025 0.023
12 4 0.038 0.035 0.031 0.029
14 4 0.046 0.041 0.037 0.035
16 4 0.055 0.049 0.044 0.041
18 4 0.064 0.058 0.051 0.048
20 4 0.074 0.067 0.059 0.055
22 4 0.084 0.076 0.068 0.063
24 6 0.088 0.079 0.071 0.066
25 4 0.106 0.095 0.084 0.079
28 6 0.102 0.092 0.082 0.077
30 6 0.108 0.097 0.086 0.081
32 6 0.113 0.102 0.091 0.085
36 6 0.127 0.114 0.101 0.095
40 6 0.139 0.125 0.111 0.104
apx ae =D3 1.5Dx0.25D 1.5Dx0.25D 1.2Dx0.1D 1.2Dx0.1D
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I - HSS DRILLS H - CARBIDE DRILLS SOLID

J - CARBIDE END MILLS
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

\ < -
© Weldon shank o L *I D(Chg)N
‘ APMX_| ‘
o 4 flutes LF
® Long
3
g pAg
E [l
% m N HSBS;CO VA , M %
- FHA 30°| |SQUARE| |ZEFP 4 | BN
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 +0.040/0 6 h6 12 56 4 WL4030 )
o 4 +0.040/0 6 h6 19 63 4 WL4040 [ ]
g 5 +0.040/0 6 h6 24 68 4 WL4050 [ ]
; 6 +0.040/0 6 h6 24 68 4 WL4060 [
- 7 +0.050/0 10 h6 30 80 4 WL4070 [ ]
a 8 +0.050/0 10 h6 38 88 4 WL4080 [ ]
9 +0.050/0 10 h6 38 88 4 WL4090 [ ]
10 +0.050/0 10 h6 45 95 4 WL4100 [ ]
< 11 +0.050/0 12 h6 45 102 4 WL4110 [ ]
§ 12 +0.050/0 12 h6 53 110 4 wL4120 [
% 13 +0.050/0 12 h6 53 110 4 WL4130 [ ]
= 14 +0.050/0 12 h6 53 110 4 WL4140 [
E 15 +0.050/0 12 h6 53 110 4 WL4150 [ ]
i 16 +0.050/0 16 h6 63 123 4 WL4160 [ ]
17 +0.050/0 16 h6 63 123 4 WL4170 [ ]
18 +0.050/0 16 h6 63 123 4 WL4180 [ ]
o 19 +0.050/0 16 h6 63 123 4 WL4190 [ ]
= 20 +0.050/0 20 6 75 141 4 WL4200 °
= 22 +0,050/0 20 h6 75 141 6 WL6220 v
g 25 +0.050/0 25 h6 90 166 6 WL6250 [ ]
z * 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

(=]
D "" * DCON 3
© Weldon shank o L *I (ne) @
APMX_|
o 4 flutes LF
® Long
4
* | % | x| % =
a
= a
DIN HSS/Co Z K % =]
844 N VA =
(&}
FHA 30°| |SQUARE| |ZEFP 4 | K4 |
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 +0.040/0 6 h6 12 56 4 TAWL4030 )
4 +0.040/0 6 h6 19 63 4 TAWL4040 [ ] o~
-
5 +0.040/0 6 h6 24 68 4 TAWL4050 [ ] =
6 +0.040/0 6 h6 24 68 4 TAWL4060 [ ;
7 +0.050/0 10 h6 30 80 4 TAWL4070 ) -
8 +0.050/0 10 h6 38 88 4 TAWL4080 [ ]
9 +0.050/0 10 h6 38 88 4 TAWL4090 [ ]
10 +0.050/0 10 h6 45 95 4 TAWL4100 [
11 +0.050/0 12 h6 45 102 4 TAWL4110 ) <)
-
12 +0.050/0 12 h6 53 110 4 TAWL4120 [ ) s
13 +0.050/0 12 h6 53 110 4 TAWL4130 [ ] %
14 +0.050/0 12 h6 53 110 4 TAWL4140 [ a
(==}
15 +0.050/0 12 h6 53 110 4 TAWL4150 ) %
16 +0.050/0 16 h6 63 123 4 TAWL4160 [ .
17 +0.050/0 16 h6 63 123 4 TAWL4170 v
18 +0.050/0 16 h6 63 123 4 TAWL4180 [
20 +0.050/0 20 h6 75 141 4 TAWL4200 [ 0
22 +0.050/0 20 h6 75 14 6 TAWL6220 v g
25 +0.050/0 25 h6 90 166 6 TAWL6250 [ ] =
30 +0.050/0 25 h6 90 166 6 TAWL6300 [ §
32 +0.050/0 32 h6 106 186 6 TAWL6320 [ ] =
x
36 +0.050/0 32 h6 106 186 6 TAWL6360 )
40 +0.050/0 40 h6 125 217 6 TAWL6400 [ ]
% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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| - HSS DRILLS

J - CARBIDE END MILLS
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L - CARBIDE BURRS

HSS/Co end mills Square

TAWL4/6 w4/ (vC = -20% = -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

et Goup 72 BE & i [ @ e
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 2D x0.1D 2Dx0.1D 2Dx0.1D 2Dx0.1D
V¢ (m/min) 40+50 30+40 25+35 10+20
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 4 0.004 0.004 0.003 0.003
4 4 0.006 0.005 0.005 0.004
5 4 0.009 0.008 0.007 0.006
6 4 0.012 0.011 0.010 0.009
8 4 0.015 0.013 0.012 0.011
SDEMLLNG 10 4 0.021 0.019 0.017 0.016
12 4 0.027 0.024 0.021 0.020
14 4 0.032 0.029 0.026 0.024
16 4 0.038 0.034 0.030 0.028
18 4 0.045 0.040 0.036 0.033
20 4 0.050 0.045 0.040 0.038
22 6 0.056 0.051 0.045 0.042
25 6 0.068 0.061 0.054 0.051
30 6 0.074 0.066 0.059 0.053
32 6 0.077 0.069 0.062 0.054
36 6 0.085 0.077 0.068 0.060
40 6 0.095 0.086 0.076 0.067
ap x ae =D5 1.5D x 0.05D 1.5D x 0.05D 1.2D x 0.05D 1.2D x 0.05D

K34
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HSS/Co end mills Square

¢, SORMA

DIAMOND & CUTTING TOOLS

TAWSR

DC } | ~ DCON
el NS O ] 13
 Weldon shank ‘ APMX | ‘
* Roughing NR LF
* 1Al * hAd
DIN HSS/Co| | 7]/ 0] %
844 N /A NR
FHA 30°| | SQUARE | |COARSE | |ZEFP 3-4 SIDE MILLING
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
6 +0.060 6 h6 13 57 3 TAWSR060 [}
7 +0.075 10 h6 16 66 3 TAWSR070 [}
8 +0.075 10 h6 19 69 3 TAWSR080 [
9 +0.075 10 h6 19 69 3 TAWSR090 [
10 +0.075 10 h6 22 72 4 TAWSR100 )
11 +0.090 12 h6 22 79 4 TAWSR110 [}
12 +0.090 12 h6 26 83 4 TAWSR120 [
13 +0.090 12 h6 26 83 4 TAWSR130 [
14 +0.090 12 h6 26 83 4 TAWSR140 )
15 +0.090 12 h6 26 83 4 TAWSR150 [ ]
16 +0.090 16 h6 32 92 4 TAWSR160 [
17 +0.090 16 h6 32 92 4 TAWSR170 [
18 +0.090 16 h6 32 92 4 TAWSR180 )
20 +0.105 20 h6 38 104 4 TAWSR200 [ J
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
OSAWA | SORMA CUTTING SOLUTIONS K35

J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

K - HSS END MILLS

L - CARBIDE BURRS
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| - HSS DRILLS

J - CARBIDE END MILLS
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L - CARBIDE BURRS

HSS/Co end mills Square

TAWSR

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group

G &

E@E@

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae DxD DxD DxD 0.5DxD
Vc (m/min) 40+60 30+50 25+35 15+25
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 0.022 0.020 0.018 0.017
8 0.028 0.025 0.022 0.019
10 0.035 0.032 0.028 0.025
12 0.045 0.041 0.036 0.032
14 0.055 0.050 0.044 0.039
16 0.065 0.059 0.052 0.046
18 0.075 0.068 0.060 0.053
20 0.085 0.077 0.068 0.060

SIDE MILLING

Material Group

R <

& i 3

Emz

1S0 513
Hardness/Rm <700 N/mm? 600800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
V¢ (m/min) 50+70 40+60 30+40 20+30
DC fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z2)
6 0.026 0.024 0.021 0.018
8 0.033 0.030 0.026 0.023
10 0.042 0.038 0.034 0.029
12 0.054 0.049 0.043 0.038
14 0.066 0.059 0.053 0.046
16 0.078 0.070 0.062 0.055
18 0.090 0.081 0.072 0.063
20 0.102 0.092 0.082 0.071

K36
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HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

DC ~ YDCON
NN O ] 1%
© Weldon shank ‘._,APMX ‘

* Roughing NR

4
* | % | x| % =
a
= a
DIN HSS/Co Z K (Mt % =
844 N / HR <
BR o
FHA 30°| |SQUARE FINE ZEFP 3~6 SIDE MILLING |
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

6 +0.060 6 h6 13 57 3 WSFR060 [ ]
8 +0.075 10 h6 19 69 3 WSFR080 [ ] o~
-
10 +0.075 10 h6 22 7?2 4 WSFR100 [ ] é‘
12 +0.090 12 h6 26 83 4 WSFR120 [ ] ;
14 +0.090 12 h6 26 83 4 WSFR140 [ ] -

16 +0.090 16 h6 32 92 4 WSFR160 [ ]

18 +0.090 16 h6 32 92 4 WSFR180 [ ]

20 +0.105 20 h6 38 104 4 WSFR200 [ ]
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g
s
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K - HSS END MILLS

L - CARBIDE BURRS
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| - HSS DRILLS

J - CARBIDE END MILLS
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L - CARBIDE BURRS

HSS/Co end mills Square

&

SORMA

DIAMOND & CUTTING TOOLS

TAWSFR

SESS O

© Weldon shank ‘ APMX_|

* Roughing NR LF

pAg
Hss/Co| | (17 [
o N Z el
FHA 30°| |SQUARE FINE ZEFP 3~6

DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
6 +0.060 6 h6 13 57 3 TAWSFR060 [ ]
7 +0.075 10 h6 16 66 3 TAWSFRO70 [}
8 +0.075 10 h6 19 69 3 TAWSFR080 [ ]
9 +0.075 10 h6 19 69 3 TAWSFRO90 [ ]
10 +0.075 10 hé 22 72 4 TAWSFR100 [ ]
11 +0.090 12 h6 22 79 4 TAWSFR110 [ ]
12 +0.090 12 h6 26 83 4 TAWSFR120 [ ]
13 +0.090 12 h6 26 83 4 TAWSFR130 [ ]
14 +0.090 12 h6 26 83 4 TAWSFR140 [ ]
15 +0.090 12 h6 26 83 4 TAWSFR150 [}
16 +0.090 16 h6 32 92 4 TAWSFR160 [ ]
17 +0.090 16 h6 32 92 4 TAWSFR170 [ ]
18 +0.090 16 h6 32 92 4 TAWSFR180 [ ]
20 +0.105 20 h6 38 104 4 TAWSFR200 [ ]
22 +0.105 20 h6 38 104 5 TAWSFR220 [ ]
25 +0.105 25 h6 45 121 5 TAWSFR250 [ ]
28 +0.105 25 h6 45 121 6 TAWSFR280 [ ]
30 +0.105 25 h6 45 121 6 TAWSFR300 [
32 +0.125 32 h6 53 133 6 TAWSFR320 [ ]
36 +0.125 32 h6 53 133 6 TAWSFR360 [ ]
40 +0.125 32 hé 63 155 6 TAWSFR400 [ ]

% 1stchoice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end mills Square

TAWSFR wskR (v = -20% =+ -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group

G &

eofer]

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae DxD DxD DxD 0.5DxD

Vc (m/min) 40+60 30+50 25+35 15+25

DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)

6 3 0.022 0.020 0.018 0.017
8 3 0.028 0.025 0.022 0.019
10 4 0.035 0.032 0.028 0.025
12 4 0.045 0.041 0.036 0.032
14 4 0.055 0.050 0.044 0.039
16 4 0.065 0.059 0.052 0.046
18 4 0.075 0.068 0.060 0.053
20 4 0.085 0.077 0.068 0.060
22 5 0.086 0.077 0.068 0.060
25 5 0.099 0.089 0.079 0.069
28 6 0.100 0.090 0.080 0.070
30 6 0.108 0.097 0.086 0.076
32 6 0.116 0.104 0.093 0.081
36 6 0.130 0.111 0.104 0.091
40 6 0.145 0.123 0.116 0.102

SIDE MILLING

Material Group

B

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.5D 1.5D x 0.5D 1.5D x 0.3D 1.5D x 0.3D
Vc (m/min) 50+70 40+60 30+40 20+30
DC fz fz fz fz
(mm) z (mm/z) (mm/z) (mm/z) (mm/z)
6 3 0.026 0.024 0.021 0.018
8 3 0.033 0.030 0.026 0.023
10 4 0.042 0.038 0.034 0.029
12 4 0.054 0.049 0.043 0.038
14 4 0.066 0.059 0.053 0.046
16 4 0.078 0.070 0.062 0.055
18 4 0.090 0.081 0.072 0.063
20 4 0.102 0.092 0.082 0.071
22 5 0.103 0.092 0.082 0.072
25 5 0.119 0.107 0.095 0.083
28 6 0.120 0.108 0.096 0.084
30 6 0.130 0.117 0.104 0.091
32 6 0.139 0.125 0.111 0.097
36 6 0.156 0.140 0.125 0.109
40 6 0.174 0.157 0.139 0.122
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K - HSS END MILLS J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

L - CARBIDE BURRS




HSS/Co end miills Square ¢/SORMA

DIAMOND & CUTTING TOOLS

DC | | "} DCON
o Weldon shank (s12) L% D HJ (h6)
el or]s an| APNIX_|
* Roughing NR LF
® Long
w
o |
< pAg
[=]
= —
& DIN HSS/Co| | |7 Z K e
5 844 N /) HR
o BR
] FHA 30°| |SQUARE FINE ZEFP 3~6 SIDE MILLING
==
DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
6 +0.060 6 h6 24 68 3 WLFR060 [ ]
o 8 +0.075 10 h6 38 88 3 WLFR080 [ ]
)
= 10 +0.075 10 h6 45 95 4 WLFR100 [ ]
; 12 +0.090 12 h6 53 110 4 WLFR120 [ ]
- 14 +0.090 12 h6 53 110 4 WLFR140 [ ]
16 +0.090 16 h6 63 123 4 WLFR160 o
18 +0.090 16 h6 63 123 4 WLFR180 [ )
20 +0.105 20 h6 75 141 4 WLFR200 [ ]
CQ * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co end mills Square

¢, SORMA

DIAMOND & CUTTING TOOLS

TAWLFR

DC 1 | ~ YDCON
o Weldon shank (s12) Lm O HJ (h6)
el or]s an APMX ‘
© Roughing NR LF
® Long
* e * W
DIN HSS/Co| | 7] (. %
844 N /A HR
FHA 30°| | SQUARE FINE ZEFP 3-6

DC DC tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
6 +0.060 6 h6 24 68 3 TAWLFRO060 )
8 +0.075 10 h6 38 88 3 TAWLFR080 [}
10 +0.075 10 h6 45 95 4 TAWLFR100 [
12 +0.090 12 h6 53 110 4 TAWLFR120 [
14 +0.090 12 h6 53 110 4 TAWLFR140 )
16 +0.090 16 h6 63 123 4 TAWLFR160 [}
18 +0.090 16 h6 63 123 4 TAWLFR180 [
20 +0.105 20 h6 75 141 4 TAWLFR200 [
22 +0.105 20 h6 75 14 5 TAWLFR220 )
25 +0.105 25 h6 90 166 5 TAWLFR250 [}
30 +0.105 25 h6 90 166 6 TAWLFR300 [
32 +0.105 32 h6 106 186 6 TAWLFR320 [
36 +0.125 32 h6 106 186 6 TAWLFR360 )
40 +0.125 32 h6 125 217 6 TAWLFR400 [ J

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

K - HSS END MILLS

L - CARBIDE BURRS
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| - HSS DRILLS

J - CARBIDE END MILLS
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L - CARBIDE BURRS

HSS/Co end mills Square

TAWLFR wLFR (vC = -20% < -30%)

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group

G &

E@E@

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.5DxD 0.5DxD 0.5DxD 0.3DxD

V¢ (m/min) 35+45 25+35 20+30 10+20

DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)

6 3 0.014 0.013 0.011 0.011
8 3 0.020 0.018 0.016 0.014
10 4 0.025 0.022 0.020 0.017
12 4 0.032 0.028 0.025 0.022
14 4 0.039 0.035 0.031 0.027
16 4 0.046 0.041 0.036 0.032
18 4 0.053 0.047 0.042 0.037
20 4 0.060 0.054 0.048 0.042
22 5 0.060 0.054 0.048 0.042
25 5 0.069 0.062 0.055 0.049
28 6 0.070 0.063 0.056 0.049
30 6 0.076 0.068 0.060 0.053
32 6 0.081 0.073 0.065 0.057
36 6 0.091 0.077 0.073 0.064
40 6 0.102 0.086 0.081 0.071

SIDE MILLING

Material Group

B |

[P+ Il |

Emz

1S0 513
Hardness/Rm <700 N/mm? 600800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 1.5D x 0.3D 1.5D x 0.3D 1.5D x 0.3D 1.5D x0.2D
V¢ (m/min) 35+45 25+35 20+30 10+20
DC 7 fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
6 3 0.017 0.015 0.013 0.012
8 3 0.024 0.022 0.019 0.017
10 4 0.029 0.026 0.024 0.021
12 4 0.038 0.034 0.030 0.026
14 4 0.046 0.042 0.037 0.032
16 4 0.055 0.049 0.044 0.038
18 4 0.063 0.057 0.050 0.044
20 4 0.071 0.064 0.057 0.050
22 5 0.072 0.065 0.057 0.050
25 5 0.083 0.075 0.067 0.058
28 6 0.084 0.076 0.067 0.059
30 6 0.091 0.082 0.073 0.064
32 6 0.097 0.088 0.078 0.068
36 6 0.109 0.098 0.087 0.076
40 6 0.122 0.110 0.097 0.085
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HSS/Co end mills Ball nhose

¢, SORMA

DIAMOND & CUTTING TOOLS

WSB2

N _
DC DCON
o Weldon shank (€8) L ‘ [l HJ (he)
APMX
© 2 flutes ball nose ‘ LF ‘
* e * W
DIN HSS/Co @
327 N VA
BR
FHA 30°| |BALLNOSE | |ZEFP2BALL

DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
2 -0.014/-0.028 1 +0.020 6 h6 4 48 2 WSB2020 [
3 -0.014/-0.028 15 +0.020 6 h6 5 49 2 WSB2030 [ ]
4 -0.020/-0.038 2 +0.020 6 h6 7 51 2 WSB2040 [
5 -0.020/-0.038 25 +0.020 6 h6 8 52 2 WSB2050 [
6 -0.020/-0.038 3 +0.020 6 h6 8 52 2 WSB2060 )
8 -0.025/-0.047 4 +0.020 10 h6 " 61 2 WSB2080 [ J
10 -0.025/-0.047 5 +0.020 10 h6 13 63 2 WSB2100 [
12 -0.032/-0.059 6 +0.020 12 h6 16 73 2 WSB2120 [
14 -0.032/-0.059 7 +0.020 12 h6 16 73 2 WSB2140 )
16 -0.032/-0.059 8 +0.020 16 h6 19 79 2 WSB2160 [ J
18 -0.032/-0.059 9 +0.020 16 h6 19 79 2 WSB2180 [
20 -0.040/-0.073 10 +0.020 20 h6 22 88 2 WSB2200 [
25 -0.040/-0.073 12.5 +0.020 25 h6 26 102 2 WSB2250 )

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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I - HSS DRILLS H - CARBIDE DRILLS SOLID

J - CARBIDE END MILLS
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L - CARBIDE BURRS




HSS/Co end mills Ball nose ¢/ SORMA

DIAMOND & CUTTING TOOLS

RE
N _
DC DCON
 Weldon shank (€8) L i O HJ (he)
APMX
© 2 flutes ball nose ‘<—> LF ‘
w
o |
= W
[=]
& —
= DIN HSS/Co @
< 327 N VA
o
: FHA 30°| |BALLNOSE | |ZEFP2BALL

==

DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock

3 -0.014/-0.028 15 +0.020 6 h6 5 49 2 TAWSB2030 ®
o 4 -0.020/-0.038 2 +0.020 6 h6 7 51 2 TAWSB2040 [ ]
)
= 5 -0.020/-0.038 25 +0.020 6 h6 8 52 2 TAWSB2050 [
; 6 -0.020/-0.038 3 +0.020 6 h6 8 52 2 TAWSB2060 [
- 8 -0.025/-0.047 4 +0.020 10 h6 1 61 2 TAWSB2080 )

10 -0.025/-0.047 5 +0.020 10 h6 13 63 2 TAWSB2100 [}

12 -0.032/-0.059 6 +0.020 12 h6 16 73 2 TAWSB2120 [

14 -0.032/-0.059 7 +0.020 12 h6 16 73 2 TAWSB2140 ®
« 16 -0.032/-0.059 8 +0.020 16 h6 19 79 2 TAWSB2160 )
-
= 20 -0.040/-0.073 10 +0.020 20 h6 22 88 2 TAWSB2200 [}
[=]
E * 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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TAWSB2 wsB2 (vC = -20% = -30%)

HSS/Co end mills Ball nhose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150513 EE EER P+ JLU 2| (ps 2
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.1Dx 0.2D 0.1Dx 0.2D 0.1Dx 0.2D 0.1Dx 0.2D
Vc (m/min) 40+60 30+50 25+35 15+25
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
2 1.20 0.020 0.018 0.016 0.015
3 1.80 0.040 0.036 0.032 0.030
4 2.40 0.060 0.054 0.048 0.045
5 3.00 0.070 0.063 0.056 0.053
6 3.60 0.082 0.074 0.066 0.062
8 4.80 0.094 0.085 0.075 0.071
10 6.00 0.110 0.099 0.088 0.083
12 7.20 0.130 0.117 0.104 0.098
14 8.40 0.150 0.135 0.120 0.113
16 9.60 0.170 0.153 0.136 0.128
18 10.80 0.190 0.171 0.152 0.143
20 12.00 0.210 0.189 0.168 0.158
22 13.20 0.232 0.209 0.186 0.174
25 15.00 0.262 0.236 0.210 0.197
o n Vi
(rpm) (mm/min)
15° x 1.1 x 1.1
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K - HSS END MILLS J - CARBIDE END MILLS I - HSS DRILLS H - CARBIDE DRILLS SOLID

L - CARBIDE BURRS




HSS/Co end mills Ball nose ¢/ SORMA

DIAMOND & CUTTING TOOLS

RE
N\ -~
DC DCON
 Weldon shank 8) L (]:D HJ (6)
o 2 flutes ball nose APMX ‘
e Long ‘ LF ‘
w
o
== hAd
[=]
= —
=] HSS/Co
= oy 74
© BR
. FHA 30°| |BALL NOSE | |ZEFP2BALL
==
DC DC tol. RE RE tol. DCON TCDCON APMX LF ZEFP EDP no. Stock
3 -0.014/-0.028 15 +0.020 6 h6 8 56 2 WLB2030 o
o 4 -0.020/-0.038 2 +0.020 6 h6 11 63 2 WLB2040 [}
-
= 5 -0.020/-0.038 25 +0.020 6 h6 13 68 2 WLB2050 [ ]
; 6 -0.020/-0.038 3 +0.020 6 h6 13 68 2 WLB2060 [ ]
- 8 -0.025/-0.047 4 +0.020 10 h6 19 88 2 WLB2080 [ ]
10 -0.025/-0.047 5 +0.020 10 h6 22 95 2 WLB2100 [ ]
12 -0.032/-0.059 6 +0.020 12 h6 26 110 2 WLB2120 [ ]
14 -0.032/-0.059 7 +0.020 12 h6 26 110 2 WLB2140 [ ]
< 16 -0.032/-0.059 8 +0.020 16 h6 32 123 2 WLB2160 [ ]
-
= 18 -0.032/-0.059 9 +0.020 16 h6 32 123 2 WLB2180 [ ]
% 20 -0.040/-0.073 10 +0.020 20 h6 38 141 2 WLB2200 [ ]
w
2 * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
g
-

0
-
=
=
(=]
=
w
72}
(72}
=
'
x

L - CARBIDE BURRS

K46 OSAWA | SORMA CUTTING SOLUTIONS



HSS/Co end mills Ball nhose

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150 513 EE EER P+ JLU 2| & we
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.1Dx 0.2D 0.1Dx 0.2D 0.1Dx 0.2D 0.1Dx 0.2D
V¢ (m/min) 25+35 20+30 15+25 10+15
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
3 1.80 0.026 0.023 0.020 0.019
4 2.40 0.038 0.034 0.031 0.029
5 3.00 0.045 0.040 0.036 0.033
6 3.60 0.052 0.047 0.042 0.039
8 4.80 0.060 0.054 0.048 0.045
10 6.00 0.070 0.063 0.056 0.053
12 7.20 0.083 0.075 0.066 0.062
14 8.40 0.096 0.086 0.077 0.072
16 9.60 0.108 0.098 0.087 0.081
18 10.80 0.121 0.109 0.097 0.091
20 12.00 0.134 0.120 0.107 0.100
o n Vi
(rpm) (mm/min)
15° x 1.1 x 1.1
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K - HSS END MILLS J - CARBIDE END MILLS 1 - HSS DRILLS H - CARBIDE DRILLS SOLID

L - CARBIDE BURRS
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| - HSS DRILLS

J - CARBIDE END MILLS
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HSS/Co Shell mills

&

SORMA

DIAMOND & CUTTING TOOLS

FM

o Shell mil
o Multi flute

DCON

DC

pxd
HSS/Co
on N 787K N
BR
FHA 30° SQUARE ZEFP 8 SIDE MILLING
DC DC tol. DCON TCDCON OAH 0AH tol. ZEFP EDP no. Stock
40 +0.250/-0.150 16 +0.02/0 32 +0.50/-0 8 FM40 [ ]
50 +0.250/-0.150 22 +0.02/0 36 +0.50/-0 8 FM50 [ ]
63 +0.250/-0.150 27 +0.02/0 40 +0.50/-0 8 FM63 [ ]

% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Shell mills

FM

&

Cutting Parameters

SORMA

DIAMOND & CUTTING TOOLS

[(—

SIDE MILLING

Material Group

G &

eofer]

[P+ Il |

E m2

1S0 513
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.25D x 0.75D 0.25D x 0.75D 0.25D x 0.75D 0.25D x 0.75D
Vc (m/min) 30+45 20+35 18+26 11+19
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
40 8 0.060 0.054 0.048 0.045
50 8 0.070 0.063 0.056 0.053
63 8 0.080 0.072 0.064 0.060
80 10 0.100 0.090 0.080 0.075
100 10 0.120 0.108 0.096 0.090
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| - HSS DRILLS

J - CARBIDE END MILLS
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HSS/Co Shell mills

¢, SORMA

DIAMOND & CUTTING TOOLS

FFR

o Shell mill
o Multi flute
© Roughing HR

DCON

DC

A |

Ny

AN\

)

N

*
DIN HSS/Co| | 7] Z K ] %@
1880 N BR / HR —
FHA 30°| |SQUARE| | FINE | |zEFP6-8| LAY
DC DC tol. DCON TCDCON OAH OAH tol. ZEFP EDP no. Stock
40 +0.250/-0.150 16 +0.02/0 32 +0.5/0 6 FFRA0 °
50 +0.250/-0.150 22 +0.02/0 36 +0.5/0 8 FFR50 [ ]
63 +0.250/-0.150 27 +0.02/0 40 +0.5/0 8 FFR63 °

% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Shell mills ¢/SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

(=]
. =
Material Group o
150513 EE EER P+ JLU 2| (ps 0 a3
Hardness/Rm <700 N/mm? 600--800 N/mm? 8001000 N/mm? 9001200 N/mm?
ap x ae 0.25D x 0.75D 0.25D x 0.75D 0.25D x 0.75D 0.25D x 0.75D

E Vc (m/min) 30+45 20+35 18+26 11+19
FECTIT DC . fz fz fz fz g
S o (mm) (mm/z) (mm/z) (mm/z) (mm/z) g
40 8 0.080 0.072 0.064 0.060 w
50 8 0.100 0.090 0.080 0.075 )
63 8 0.120 0.108 0.096 0.090 S
80 10 0.120 0.108 0.096 0.090 B

100 10 0.140 0.126 0.112 0.105
w
=1
[
[=]
[72}
w
==
w
=
=
[=]
b
w
=)
[==}
(==
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o
-
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HSS/Co Corner rounding ¢/SORMA

DIAMOND & CUTTING TOOLS

Wc R PRFRAD
(H11)
© Corner rounding pex DCL D D(%g)N
| E |

3
g pAg
E [l
% 6E;I1N8 N HSBS;CO 7} %
: FHA 0° | |ZEFP 4
==

DC DCX PRFRAD PRFRAD tol. DCON TCDCON LF ZEFP EDP no. Stock

6 8 1 +0.060/0 10 h6 60 4 WCR080 )
o 6 9 15 +0.060/0 10 h6 60 4 WCR090 [ ]
g 6 10 2 +0.060/0 10 h6 60 4 WCR100 [ ]
2 6 11 25 +0.060/0 10 h6 60 4 WCR110 [ ]
- 6 12 3 +0.060/0 12 h6 60 4 WCR120 [ ]
a 6 13 35 +0.075/0 12 h6 60 4 WCR130 [ ]

6 14 4 +0.075/0 12 h6 60 4 WCR140 [ )

6 15 45 +0.075/0 12 h6 60 4 WCR150 [ ]
< 6 16 5 +0.075/0 12 h6 60 4 WCR160 [ ]
= 8 19 55 +0.075/0 16 h6 67 4 WCR190 °
% 8 20 6 +0.075/0 16 h6 67 4 WCR200 [ )
= 8 21 6.5 +0.090/0 16 h6 7 4 WCR210 [ ]
E 8 22 7 +0.090/0 16 h6 7 4 WCR220 [ ]
i 8 23 75 +0.090/0 16 h6 7 4 WCR230 [ ]

8 24 8 +0.090/0 16 h6 7 4 WCR240 [ ]

8 25 8.5 +0.090/0 25 h6 85 4 WCR250 [ ]
o 8 26 9 +0.090/0 25 h6 85 4 WCR260 [ ]
g 8 27 9.5 +0.090/0 25 h6 85 4 WCR270 [ ]
= 8 28 10 +0.090/0 25 h6 85 4 WCR280 [ )
§ 10 32 11 +0.110/0 25 h6 90 4 WCR320 [ ]
z * 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Corner rounding

WCR

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

e - ] -] ~] - v ] ] o 3 [
Hardness/Rm <800 N/mm? <750 N/mm? <350 HB
ap x ae 0.2Dx 0.2D 0.2Dx 0.2D 0.2Dx 0.2D 0.2Dx 0.2D

Vc (m/min) 30+50 15+25 30+40 60+80
DC fz fz fz fz

(mm) (mm/z) (mm/z) (mm/z) (mm/z)

8 0.006 0.004 0.005 0.007

9 0.008 0.006 0.007 0.009

10 0.010 0.007 0.009 0.011

11 0.012 0.008 0.010 0.013

12 0.015 0.010 0.012 0.016

13 0.017 0.012 0.014 0.019

14 0.020 0.014 0.017 0.021

15 0.023 0.016 0.019 0.025

16 0.025 0.018 0.021 0.028

17 0.026 0.018 0.022 0.029

18 0.027 0.019 0.023 0.030

19 0.029 0.020 0.024 0.031

20 0.030 0.021 0.026 0.033

21 0.033 0.023 0.028 0.036

22 0.035 0.025 0.030 0.039

23 0.038 0.026 0.032 0.041

24 0.040 0.028 0.034 0.044

25 0.042 0.029 0.035 0.046

26 0.043 0.030 0.037 0.047

27 0.045 0.031 0.038 0.049

28 0.046 0.032 0.039 0.051

32 0.050 0.035 0.043 0.055

OSAWA | SORMA CUTTING SOLUTIONS

K53
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J - CARBIDE END MILLS
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HSS/Co Dovetail cutters %SORMA

DIAMOND & CUTTING TOOLS

Arl\ll_)g ‘7“
DCON
o Dovetail cutter be D (h6)
T LF ‘

w
o
= ¥
[=]
g ,
@ DIN N HSS/Co| | (y, o, % —
S 1833 BR DOVETAIL B
- 45° 60° PNl 45°-60°
==

DC DC tol. DCON TCDCON APMX TCAPMX LF a ZEFP EDP no. Stock

16 +0.055 12 h6 4 js14 60 45 6 WDC45160 [}
o 20 +0.065 12 h6 5 js14 63 45 6 WDC45200 [ J
)
= 22 +0.065 12 h6 6 js14 67 45 6 WDC45220 [ ]
; 25 +0.065 16 h6 6.3 js14 67 45 8 WDC45250 [ ]
- 28 +0.065 16 h6 7.5 js14 67 45 8 WDC45280 [ ]

32 +0.080 16 h6 8 js14 7 45 10 WDC45320 [ ]

38 +0.080 16 h6 10 js14 80 45 12 WDC45380 (@]

16 +0.055 12 h6 6.3 js14 60 60 6 WDC60160 [ ]
%] 20 +0.065 12 h6 8 js14 63 60 6 WDC60200 [ ]
-
= 22 +0.065 12 h6 9 js14 67 60 6 WDC60220 [ J
% 25 +0.065 16 h6 10 js14 67 60 8 WDC60250 [ ]
5 28 +0.065 16 h6 " js14 67 60 8 WDC60280 [ ]
=}
% 32 +0.080 16 h6 125 js14 71 60 10 WDC60320 [ ]
. 38 +0.080 16 h6 16 js14 80 60 12 WDC60380 @)

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Dovetail cutters

WDC 45° - 60°

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

dl

DOVETAIL B
45°-60°

Material Group
150 513 EEER (P 1 J 2] B 1 B 2
Hardness/Rm <800 N/mm? <750 N/mm? <350 HB
ap x ae 0.2D x 0.15D 0.2D x 0.15D 0.2D x 0.15D 0.2D x 0.15D
V¢ (m/min) 30+50 15+25 30+40 50+70
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
16 6 0.015 0.011 0.013 0.017
20 6 0.017 0.012 0.014 0.018
22 6 0.018 0.013 0.015 0.020
25 8 0.020 0.014 0.017 0.022
28 8 0.023 0.016 0.019 0.025
32 10 0.025 0.018 0.021 0.028
38 12 0.028 0.020 0.024 0.031
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HSS/Co Dovetail cutters %SORMA

DIAMOND & CUTTING TOOLS

WDD -
* Dovetail cutter pe D(Chg)N
- LF ‘
3
g pAg
w
2 DIN HSS/Co| | o %
% 1833 N BR DOVETAIL A
- 45° 60° ZEFP 6~12 45°-60°
DC DC tol. DCON TCDCON APMX TCAPMX LF a ZEFP EDP no. Stock
16 +0.055 12 h6 4 js14 60 45 6 WDD45160 [ ]
o 20 +0.065 12 h6 5 js14 63 45 6 WDD45200 [}
5 22 +0.065 12 h6 6 js14 67 45 6 WDD45220 [ ]
; 25 +0.065 16 h6 6.3 js14 67 45 8 WDD45250 [ ]
- 28 +0.065 16 h6 7.5 js14 67 45 8 WDD45280 [ ]
a 32 +0.080 16 h6 8 js14 7 45 10 WDD45320 [}
38 +0.080 16 h6 10 js14 80 45 12 WDD45380 (@]
16 +0.055 12 h6 6.3 js14 60 60 6 WDD60160 [ ]
%] 20 +0.065 12 h6 8 js14 63 60 6 WDD60200 [ ]
§ 22 +0.065 12 h6 9 js14 67 60 6 WDD60220 [}
% 25 +0.065 16 h6 10 js14 67 60 8 WDD60250 [ ]
5 28 +0.065 16 h6 " js14 67 60 8 WDD60280 [ ]
% 32 +0.080 16 h6 125 js14 71 60 10 WDD60320 [ ]
- 38 +0.080 16 h6 16 js14 80 60 12 WDD60380 ¢}

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Dovetail cutters

WDD 45° - 60°

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

— |

DOVETAIL A
45°-60°

Material Group
150 513 EEER (P 1 J 2] B 1 B 2
Hardness/Rm <800 N/mm? <750 N/mm? <350 HB
ap x ae 0.2D x 0.15D 0.2D x 0.15D 0.2D x 0.15D 0.2D x 0.15D
V¢ (m/min) 30+50 15+25 30+40 50+70
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
16 6 0.015 0.011 0.013 0.017
20 6 0.017 0.012 0.014 0.018
22 6 0.018 0.013 0.015 0.020
25 8 0.020 0.014 0.017 0.022
28 8 0.023 0.016 0.019 0.025
32 10 0.025 0.018 0.021 0.028
38 12 0.028 0.020 0.024 0.031
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HSS/Co T-slot ¢/SORMA

DIAMOND & CUTTING TOOLS

WTM
(d11)
__ I DN
(h12)
' -
DC DCON
(d11) D (h6)
o T-slot Y
t
LU
LF

w
o |
= pAg
[=]
w
=]
= DIN N | [Hssree %
S 851 BR
: ZEFP 6~8
==

DC DC tol. DCON TCDCON DN DN tol. LU APMX TCAPMX LF ZEFP EDP no. Stock

12.5 -0.050/-0.160 10 h6 5 0/-0.012 13 6 di1 57 6 WTM125 [}
o 16 -0.050/-0.160 10 h6 6.5 0/-0.015 19 8 di1 62 6 WTM160 [ ]
)
= 18 -0.050/-0.160 12 h6 8 0/-0.015 22 8 di1 70 6 WTM180 [ ]
2 19 -0.065/-0.195 12 h6 8 0/-0.015 23 9 di1 71 6 WTM190 [}
- 21 -0.065/-0.195 12 h6 10 0/-0.015 26 9 di1 74 6 WTM210 )

22 -0.065/-0.195 12 h6 10 0/-0.015 27 10 di11 75 6 WTM220 [}

25 -0.065/-0.195 16 h6 12 0/-0.018 31 11 di1 82 6 WTM250 [ ]

28 -0.065/-0.195 16 h6 13 0/-0.018 32 12 di1 83 6 WTM280 [}
« 32 -0.080/-0.240 16 h6 15 0/-0.018 41 14 di1 90 8 WTM320 )
-
= 36 -0.080/-0.240 25 h6 17 0/-0.018 42 16 di1 103 8 WTM360 [ ]
[=]
E * 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co T-slot

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
180 513 EEER (P 1 J 2] B 1 B 2
Hardness/Rm <800 N/mm? <750 N/mm? <350 HB
ap x ae DIN Norm 650 DIN Norm 650 DIN Norm 650 DIN Norm 650
V¢ (m/min) 25+35 12+18 20+30 40+60
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
@ 12.5 6 0.010 0.007 0.009 0.011
T SLOT 16 6 0.025 0.018 0.021 0.028
18 6 0.030 0.021 0.026 0.033
19 6 0.035 0.025 0.030 0.039
21 6 0.040 0.028 0.034 0.044
22 6 0.043 0.030 0.036 0.047
25 6 0.045 0.032 0.038 0.050
28 6 0.050 0.035 0.043 0.055
32 8 0.057 0.040 0.048 0.063
36 8 0.065 0.046 0.055 0.072
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HSS/Co Woodruff ¢/SORMA

DIAMOND & CUTTING TOOLS

* Woodruff D D(%g)N
LF ‘
3
g pAg
= =
@ HSS/Co
S o |l ) LA R
- FHA 10°| |SQUARE | |ZEFP8~14
DC DC tol. DCON TCDCON APMX APMX tol. LF ZEFP EDP no. Stock
10.5 0/-0.110 6 h6 2 -0.032/-0.059 50 8 WWK105A [ ]
o 10.5 0/-0.110 6 h6 25 -0.032/-0.059 50 8 WWK105B [}
5 10.5 0/-0.110 6 h6 3 -0.032/-0.059 50 8 WWK105C [ ]
; 135 0/-0.110 10 h6 2 -0.032/-0.059 56 8 WWK135A [ ]
- 135 0/-0.110 10 h6 2.5 -0.032/-0.059 56 8 WWK135B [ ]
a 135 0/-0.110 10 h6 3 -0.032/-0.059 56 8 WWK135C [}
135 0/-0.110 10 h6 4 -0.032/-0.059 56 8 WWK135D [ ]
16.5 0/-0.110 10 h6 2.5 -0.032/-0.059 56 8 WWK165B [ ]
%] 16.5 0/-0.110 10 h6 3 -0.032/-0.059 56 8 WWK165C [ ]
§ 16.5 0/-0.110 10 h6 4 -0.032/-0.059 56 8 WWK165D [}
% 16.5 0/-0.110 10 h6 5 -0.032/-0.059 56 8 WWK165E [ ]
5 19.5 0/-0.130 10 h6 3 -0.040/-0.073 63 8 WWK195C [ ]
g 19.5 0/-0.130 10 h6 4 -0.040/-0.073 63 8 WWK195D [ ]
i 19.5 0/-0.130 10 h6 5 -0.040/-0.073 63 8 WWK195E °
19.5 0/-0.130 10 h6 6 -0.040/-0.073 63 8 WWK195F [ ]
22.5 0/-0.130 10 h6 4 -0.040/-0.073 63 10 WWK225D [ ]
- 22.5 0/-0.130 10 h6 5 -0.040/-0.073 63 10 WWK225E [ ]
g 22.5 0/-0.130 10 h6 6 -0.040/-0.073 63 10 WWK225F °
= 22.5 0/-0.130 10 h6 8 -0.040/-0.073 63 10 WWK225H [ ]
g 255 0/-0.130 10 h6 5 -0.040/-0.073 63 10 WWK255E [ ]
= 255 0/-0.130 10 h6 6 -0.040/-0.073 63 10 WWK255F [ ]
- 25.5 0/-0.130 10 h6 7 -0.040/-0.073 63 10 WWK255G [}
255 0/-0.130 10 h6 8 -0.040/-0.073 63 10 WWK255H [ ]
28.5 0/-0.130 10 h6 5 -0.040/-0.073 63 10 WWK285E [ ]
@ 28.5 0/-0.130 10 h6 6 -0.040/-0.073 63 10 WWK285F [ ]
% 28.5 0/-0.130 10 h6 7 -0.040/-0.073 63 10 WWK285G [}
= 28.5 0/-0.130 10 h6 8 -0.040/-0.073 63 10 WWK285H [}
g 32.5 0/-0.160 12 h6 10 -0.050/-0.089 7 12 WWK325L [ ]
j 32.5 0/-0.160 12 h6 5 -0.050/-0.089 71 12 WWK325E [ ]
32.5 0/-0.160 12 h6 6 -0.050/-0.089 71 12 WWK325F [ ]
325 0/-0.160 12 h6 7 -0.050/-0.089 7 12 WWK325G [}
32.5 0/-0.160 12 h6 8 -0.050/-0.089 7l 12 WWK325H [ ]

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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HSS/Co Woodruff

WWK

¢, SORMA

DIAMOND & CUTTING TOOLS

Cutting Parameters

Material Group
150 513 EEER (P 1 J 2] B 1 B 2
Hardness/Rm <800 N/mm? <750 N/mm? <350 HB
ap x ae DIN Norm 6888 DIN Norm 6888 DIN Norm 6888 DIN Norm 6888
V¢ (m/min) 25+35 12+18 20+30 40+60
DC . fz fz fz fz
(mm) (mm/z) (mm/z) (mm/z) (mm/z)
10.5 8 0.010 0.007 0.009 0.011
135 8 0.018 0.012 0.015 0.019
16.5 8 0.025 0.018 0.021 0.028
19.5 8 0.033 0.023 0.028 0.036
22.5 10 0.040 0.028 0.034 0.044
25.5 10 0.045 0.032 0.038 0.050
28.5 10 0.050 0.035 0.043 0.055
325 12 0.055 0.039 0.047 0.061
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