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When the radial width of cut is
a percentage of the cutter
_radius, use the Multiplier
‘shown to increase the APT.

T 5 15 7

Aoy LLr, v R H R &,
DLEE L APTAL .

% of Radius | Chip Thinning | Multiplier
Factor

10% 43 2.3

15% 53 1.9

25% .66 D

30% A1 1.4 —
50% .86 1.2

75% 4ol 1

100% 1.00 1 |







S
= ha
mE:EE
>+

2l
wi
T

<

e
2 A
& &

1| J]
Y E:!
%L#&ﬁ%ﬁﬁ%Wfb
| ﬁu%WWﬂETFHJFHInJE’]UJﬁl
uﬂ_{ sHATVIE, WEMIVIE
E@l;ﬂ:’fﬁ‘m A .
Ap=12RH}, hmiHi#E30%
B e
n =2l

i Y
A TIRFE T RSV 8 8 ki a B
KB, B K VIBIERE N A &
71 M8 H520%-25%.

A FARIREE LAEME, hmfEAE .

T

%
g
[k =
T (LR 20
&
‘bm*au

@ﬁ%

il

u




Vs IR L ARk
TH, Oy 13 K

i L P A
DIHIARE . il

.

R, A6 A8 S ACNC I LFE > [
(N Spelgaa | N I VS o S Ll
IS hm AT 3= fik x AR S A iUz
=hmv/sink ', BEZS R al S




M

AR ME T EORING

REE R
(ZERAYIR3. Ommpd, fA#E244.0mm /)
44 3% mm /tooth,

REIE SR, HRR A

g’ ‘s

-

RBEX 50-M/MR

W

- 'f',\\&\'ﬁ"

Mamber IMC Group

S FERES



M

TSCAR MIE T AL RORKING

| New

Bull |

® XDMX 130515R-M ® TFMXD- [ ][] -13 (D50, D63. D80, D100) e TEXD-[ICI] -wI] F-08/13-L/XL

® XDMX 08T310R-M ® TFMXD-[][1[] -08 (D50) e TEXD-[JJ[]-CJC1-08/13-L
(D20, D25, D32 & D40)

SHRSIMA

348 5% 5 A 4 5rmm,/tooth | 3R A T R \
XDMX137] F Y135 ik 2 mm l
(XDMX 08if &5 3 £ X i&2 .5mm tooth, TJZR1T.Omm ” . %

iRt KRHAFEE .
— A 5 S MRET B R S A B R AT A MERE
A iTmihtT ‘

ke

‘ Mamber IMC Group



IS FWVHi o Lan g
Fld ﬂ f 710, Val

*.'E.f.tOCT O Insert Vane;ty HELIOCTO Fyust Feed Line
Ju— P2HE/\ L], KHLE RS “

OFMW 0706R10 FF OF... 070

Fa:;t Feed Insert 3.0 mm/AOot]
'E.f_iOCTO AR A b ek —IRRE o T3 ol o



Ine Shank Carries Heads with, Different Profiles
=k n] ek A Bl LA R A 71k

=) E=23
. — Ef _-.J’_“.H_— #
Eﬁd | ta

210 ﬂ12 216
ISCAR

ﬂ_"_g
.F.t"
=

\Z,

FEED

One Shank Carries Heads with Different Profils
— IR R A R LA e i 0k

'

Tam »
’:m’g

N |
o

{’E’ TR
Y38
i, Fast Feed Insert 1.0-1.5 mm/tooth, é}g/“



LNMX

INCREDIBLE
METAL REMOVAL RATE
in TURNING OPERATIONS!

"EED 1 »

2 Cutting edges
Grades: IC9015 & 1C3028




LNMX

INCREDIBLE
METAL REMOVAL RATE
in TURNING OPERATIONS!

"EED 1 »

2 Cutting edges
Grades: IC9015 & 1C3028
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LNMX 1608L-HF Vs. CNMM 160616 (544)]

ap=4.8mm ap=2.4mm

(.190”) (.095")
f=0.8mm/rev f=2.4mm/rev

(.031ipr) (.095ipr)
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1 Due to the cutting edge as a part of a helix, every
Jd cutting edge 1s equally spaced from a tool axis. This

1 ensures 90°  profile of a shoulder without distorting :
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[ 4 helical cutting edges [ Economical

U Inclined dovetail pocket [ Strength structure
and reliable support High insert repeatability
Rigid clamping
Cutter security

[ Stable clamping

[ M5 clamping screw !
Increased security

O Insert thickness [ Strong construction

[ Cost per edge

U Milling with higher feed

0 High feed po

L |
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New Insert Sizes
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Double Sided Fositive Square Insert with 8 Cutting Edges
New Addition to the Economic HELIDO 845 Line

N SWG Cut Applicatior,



a Range H#& . Hl: 14— 60mm (.551" - 2.3”1
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Application Range

Vs. CNMG 190616
(644)

 ap=3mm
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Material: Alloy steel SAE 4140
Hardness: 32 HRc

Heavy Roughing

Dia: 400 mm (16”)

ap: 6 mm (.245”)

LOC: 1830mm (72”)

“At the same speed and feed rate as competitor,

the Heli-Turn drew approx. 30% less power.”

Compstitor ISCAR
Insert CNMG 190616 (644) GC4025 | LNMX 150616R-HT IC9025
Vc m/min (sfm) 60 (200) 70(230) +15%
Feed mm/min (ipr) | 0.76 (.030) 1.15 (.045) +50%
Tool life min. 120 120
Passes 2.4 <4
Cycle time 50min 29min -42%




Hardness: 28 HRc

Ve: 175 m/min (576 sfm)

ap: 3.5mm (.138%)

Materlal Steel SAE 1055

- -
e .k e —

Competitor ISCAR
Insert WNMG 080412 (433) AG300G | LNMX 150616R-HT 1C9025
Feed mm/min (ipr) | 0.5 (.020) 0.8 (.032)
Tool life min. 125 125
Cycle time net 0.602° 0.376°

-40%




Hardness: 28 HRc

Ve: 175 m/min (576 sfm)

ap: 3.5mm (.138%)

Materlal Steel SAE 1055
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Competitor ISCAR
Insert WNMG 080412 (433) AG300G | LNMX 150616R-HT 1C9025
Feed mm/min (ipr) | 0.5 (.020) 0.8 (.032)
Tool life min. 125 125
Cycle time net 0.602° 0.376°

-40%
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iISCAR JURN LINE v
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CNMX 120708-HTW 100-200

144
BRONS K
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V¢ (m/min)
f ap
IC9250 IC9025 IC9150 IC907 (mm/rev) {mmj
150-250 150-250 200-300
150-250 0.25-060 | 1.5-6.0
150-250 150-250 200-300
150-250 0.30-0.80 | 2.0-6.0
150-250 150-250 200-300
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verage Improvement of Flank We -
Alloy Steel (4340) at High Cutting Speed /511

Continues Cut iZEZELIE)

Wear Resistance i/ /7 E#

Standard Vs. SUMO TEC
FHREVS. FERE
Turning Alloy steel

o FHAEM 165%
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Standard = SUMO TEC -
Extended Tool Lif A ZF i




Average Improvement of Flai

Wear Resistance #i 5 7H&H
Standard Vs. SUMO TEC
EHREVS. FERE
Turning Nodular Cast lron EHjk Gt
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%} 140% || /iR f = sy
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L 100%
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19}
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Continuous Cut #4t tﬁﬁ/

lnferrupte' Cut K&y

Wear Resistance #i/5 77i615#Hi Wear Resistance /5 /76157
Standard Vs. SUMQO TEC Standard Vs. SUMO TEC
EHRE VS FESE HHRE VS T ERE
Turning Nodular Cast Iron EH/EREEH# Turning Nodular Cast m':iHT % YRS
Whr 180% -
1% 140% 160%}
oy |: 140%}
1% 120%F 100%
19 100%| J
1% 80%
Y B0%F
W 40%}
Yo f 20%}
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Standard SUMO TEC Standard SUMO TEC
Extended Tool Life FERTTR i 0
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Iscar Turning Carbide Grades PVD Coated TiAIN or TiC
ISCAREH#E &5 /FE, TIAIN s8¢ TiCN PVD2RE

PVD TiAIN Coated 7+/

" High Speeds f urming A 7=E:X%%5 | For Interrupte
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TiAIN F Turmng Super AHoys and Stamfess Steefs at H.rqh Speeds

TIAIN B FEE L a2 A5 )

For Turning Stainless Steel, Low Carbon Steels and Super Aﬁoys Mach:mng

at Low to Medium Speeds for High Feeds 3y
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ADCT/ADKT 1505H8...FF Inserts for High Feed Milling

R12.7

For general ADKT...T-FF
o %
For austenitic ADCT...T-FF
stainless steel

i rd i“w Et..l %
For high ADCT...PL-FF
temperature and

titanium alloys %

Designation I Ap'
ADKT 1505R8T-FF 159 15
NEW  ADCT 1505R8PL-FF 158 1.5
NEW'  ADCT 1505R8T-FF 15.7 15

35
a5
35

5

6.2
6.1
6.1

M Depth range at which up to 1.5 mmy/tooth feed may be applied.

I At the ap to ap max depth range, a regular HELI2000 ADKT 1506
Insert feed recommendations should be applied.

13 The actual diameter of the tool Is 0.5 mm larger than the nominal
diameter when using this insert

W Radius for CNC programing should be considered as 2.8 mm.

Rampdown angles of the tools can be
applied using these inserts.

Toel with a
Standard Tool Modified Corner

\

Tool Type of
Types Machining

1-2 Medium/Heavy
1-2 Light/Medium

1-2 Medium

Steel "
nlessSteel | / |

Cast lron o
Aluminum

High Temp. Alloys v
Hardened Steel

auTn-ul corner should
bamudﬂadl%
rounding to mim
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Tool: HM90 ES0AD-D32-3-C32

Insert: ADCT 1505R8T-FF [1C830
Workpiece: AISI/SAE 1020 (DIN W.-Nr. 1.1151)

Vic= 180 m/min

Fz= 1.5 mm/tooth

Ap=1.5mm

B= 22 mm

Coolant: Alr

Tool life: 70 min

Metal removal rate= 266 cm®/min

DMPANIES _‘)
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The following is a comparison between the HM90 ADKT 1505PDR 1C928 HELI2000 insert and the \‘
new ADKT 1505R8T-FF 1C928 insert in the same HM90 FO0A D100-8-32 face mill cutter:

Workpiece material: SAE 4340
. Cutter diameter: 100 mm
Number of teeth: 8

ae: 60 mm
With HM90 ADKT 1505PDR With ADKT 1505R8T-FF
Ap: 1.5 mm Ap: 1.5 mm
Fz: 0.15 mm/tooth Fz: 1.0 mm/tooth
- Q: 55 cm®/min Q: 367 cm*/min

As shown above, when using the new FEEDMILL insert, the chip removal rate is 6.6 times faster
than when using the conventional HELI2000 insert.

ADKT 1505R8T-FF inserts should be your first choice for Fast Metal Removal when using
HELI2000 milling cutters. - _
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