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WIDIAY

One Series Meets Every Face Milling Need -
WIDIA™ M1200 Mini

For consistent performance, look no further than the WIDIA M1200 Mini.

This easy-to-use product ensures great tool life, reduced machining time,

and maximum productivity.

WIDIA

\WICTORY )

Win with WIDIA™

VI1200 Mir

¢ | ow cost per edge and high productivity.

® 25% lower cutting forces due to soft cutting action.

e Up to 30% increased Metal Removal Rates (MRR).

e M1200 Mini 15°, 45°, and 60° lead.

e WIDIA premium milling grades.

e Up to 35% better tool life from light to heavy machining.
e Up to 40% shorter machining cycle time.

Easy to use — one screw

enables fast, accurate indexing.
Through tool coolant.

y WIDIAY

. Thelatest technology with
s 12tre cuttlng edges and
high-precision PSTS inserts.
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WIDIAY

Face Mills MclonE
M1200 Mini Insert Geometry Recommended Use
Max depth of cut: 4,7mm - N
First choice for general machining
Indexes per insert: 12 o GD in steel and cast iron.
Diameter: 25mm—125mm ’ 3 Best option for general-purpose use.
Pages: B4-B21 >
é G ﬁ @ @ HD First choice for heavy machining.
Optimisation for heavy machining
Insert Geometry Recommended Use o when greater protection required.
Strong corner radius in place
First choice for aluminium of wiper facet.
LDJ and non-ferrous machining.
Periphery ground with polished
e LDJ3W Wiper insert for finishing aluminium
and non-ferrous materials.
First choice for light machining
LD L )
and machining stainless steels.
LD3W Wiper insert for finishing steel,
stainless steel, and cast iron.
Optimisation for light machining
when greater corner protection
32LD required.
Strong corner radius in place
of wiper facet.
M1200 Mini 45° M1200 Mini HD 60°
¥
P ,
L
-
True True R True
12 Cutting 12 Cutting 12 Cutting
Edges 15° Lead Edges 45° Lead Edges 60° Lead
Insert HNGJ0704 Insert HNGJ0704 Insert HNGJO0704
HNPJ0704 HNPJ0704 HNPJ0704

Ap1 max = 4,7mm

WWW.WIDIA.COM

Ap1 max = 1,7mm | | Ap1 max = 3,5mm

Best-in-class leader in face milling up to
Ap1 max = 3,5mm. Excellent choice for
near net shape strategies and driven tools.

M1200 Mini HF can be loaded with all M1200 Mini
standard inserts, except wiper inserts.

M1200 Mini HF High-Feed

First choice for long reach face
milling applications or light fixtures.

Chip thinning effect due to
lead angle 14,5°. Tremendous
enlargement of feed rate and MRR.

Up to 40% shorter machining
cycle time.

WIDIAY

Achieve a higher axial depth-of-cut capabiltiy
up to Ap1 = 4,7mm with standard M1200 Mini
inserts.

B3




Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini HF Tool Bodies

e Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e High-Feed capability.

B M1200 Mini HF High-Feed ® Screw-On

D1 max

Indexable Milling ¢ Victory M1200 Series

order number catalogue number D1 Dimax D DPM G3X L1 WF Apimax |[Z maxRPM coolant supply kg
4136874 M1200HF025Z02M16HNO7 25 39 29 17,0 M16 32 22 1,7 2 20000 Yes 0,2
4136875 M1200HF025Z03M16HNO7 25 39 29 17,0 M16 32 22 1,7 3 20000 Yes 0,2
4136876 M1200HF032Z03M16HNO7 32 46 29 17,0 M16 40 22 1,7 3 17600 Yes 0,3
4136877 M1200HF032Z04M16HNO7 32 46 29 17,0 M16 40 22 1,7 4 17600 Yes 0,3
4136878 M1200HF040Z04M16HNO7 40 54 29 17,0 M16 40 22 1,7 4 15800 Yes 0,3
4136879 M1200HF040Z05M16HNO7 40 54 29 17,0 M16 40 22 1,7 5 15800 Yes 0,3
B Spare Parts
g V4
Torx
D1 insert screw Nm driver
25 12146034500 815 12148082400
32 12146034500 & 12148082400
40 12146034500 3,5 12148082400

B4
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& Victory™ M1200 Series ® Face Mills
WIDIA Victory M1200 Mini HF Tool Bodies

¢ Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e High-Feed capability.

D1 max

Ap1 max —=|=—-

B M1200 Mini HF High Feed ¢ Cylindrical Shank

Indexable Milling e Victory M1200 Series

order number catalogue number D1 Dimax D L LBX Apimax |Z maxRPM coolant supply kg
4136880 M1200HF025Z02A20HN07L120 25 39 20 120 32 1,7 2 20000 Yes 0,3
4136881 M1200HF025Z03A20HN07L120 25 39 20 120 32 1,7 3 20000 Yes 0,3
4136882 M1200HF032Z03A25HN07L130 32 46 25 130 40 1,7 3 17600 Yes 0,5
4136883 M1200HF032Z04A25HN0O7L130 32 46 25 130 40 1,7 4 17600 Yes 0,5
B Spare Parts
= /
Torx
D1 insert screw Nm driver
25 12146034500 & 12148082400
32 12146034500 815 12148082400

I WIDIAY )
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini HF Tool Bodies

e Twelve cutting edges.
e First choice for low depth-of-cut face milling.
¢ High-Feed capability.

(%}
Q0
P
(O]
N
o
(@)
A
—
= \
> -
O
B /
=> Ap1 max
°
o))
£
E B M1200 Mini HF High-Feed e Shell Mills
Q2
% order number catalogue number D1 Dimax D D6 L Ap1 max Z max RPM coolant supply kg
g 4136884 M1200HF040Z05HNO7 40 54 22 38 40 1,7 5 15800 Yes 0,3
ko] 4136885 M1200HF050Z05HNO7 50 64 22 38 40 1,7 5 12700 Yes 0,4
c
- 4136886 M1200HF063Z06HNO7 63 77 22 50 40 1,7 6 10100 Yes 0,7
4136887 M1200HF080Z08HNO7 80 94 27 60 50 1,7 8 7900 Yes 1,3
B Spare Parts
= 4
Torx

D1 insert screw Nm driver

40 12146034500 & 12148082400

50 12146034500 815 12148082400

63 12146034500 3,5 12148082400

80 12146034500 3,5 12148082400

} WIDIAY I
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- Victory™ M1200 Series ¢ Face Mills
WIDIAW Victory M1200 Mini Inserts

o first choice
O alternate choice

B HNGJ-LDJ

catalogue number cutting edges D L10 S BS Re hm
HNGJ0704ANFNLDJ 12 12,70 6,80 4,48 1,60 1,2 0,08

@ | TN6501
®|THM-U

||
©)
[}

o first choice

O alternate choice

| T @[ Z] X[ =] ]
°
°
°
°
0
0

[ )
[ )
[ )
Indexable Milling e Victory M1200 Series

catalogue number cutting edges D L10 S BS Re hm
HNGJ0704ANENLD 12 12,70 6,80 4,43 1,60 1,2 0,08
HNGJ070432ANENLD 12 12,70 6,80 4,48 - 3,2 0,08

® | TN5515
@ | TN6505
® ®|TN6510
@ | TN6520
® ®|TN6525
® ®|TN6540

||
[}
©)

o first choice
[ O alternate choice

Ra/ L10

(T[] Z[ =] =[]
[ ]
[ ]
[ ]
O
O

B HNPJ-GD

catalogue number cutting edges D L10 S BS Re hm
HNPJ0704ANSNGD 12 12,70 6,80 4,45 1,27 1,2 0,10

®| TN5515
®| TN6510
®| TN6520
®| TN6540
®| TN7535

|
[}
O

[ ]
[ ]
[ ]
(@]
O

o first choice
O alternate choice

Rs/ L10

NPJ-HD

catalogue number cutting edges D L10 S BS Re hm
HNPJ0704ANSNHD 12 12,70 6,80 4,41 1,25 1,2 0,14
HNPJ070432ANSNHD 12 12,70 6,80 4,42 - 32 0,14

®| TN5515
® ®| TN6510
® ®| TN6520
® ©®| TN6540
® @ TN7535

I WIDIAY y
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini HF Cutting Data

WIDIAY

Indexable Milling ¢ Victory M1200 Series

TN5515 TN6501 TN6505 TN6510 \ TN6520
GeEg?:try feed per tooth fz (mm)
.LDJ 0,14 0,30 0,70
.LD 023 042 0,68 026 046 0,76 026 046 0,76 026 049 080
..GD 0,35 0,60 0,82 0,39 0,67 0,89 0,42 0,70 0,91
.HD 046 084 1,19 049 091 1,32 053 0,95 1,33
MGart:L:::?l ve (m/min)
1 460 350 300
2 310 230 210
3 260 200 170
4 270 210 170
5 220 170 140
6 300 220 180
7 220 170 160
8 200 160 130
9 170 130 100
10 220 180 170
11 160 120 90
12 290 220 180
131 250 180 160
13.2 130 90 80
141
14.2
14.3
14.4
15 530 390 280 — — — — — — 480 350 250 380 280 200
16 410 310 230 — — — — — — 370 280 210 300 220 170
17 460 310 230 = = = 310 230 210 420 280 210 340 220 170
18 300 220 170 — — — 260 200 170 270 200 150 220 160 120
19 370 290 220 — — — — — — 340 260 200 270 210 160
20 310 230 180 — — — — — — 280 210 160 220 170 130
21 2000 1050 650
22 980 550 450
23 1800 950 600
24 1050 650 500
25 750 500 350
26 — — —
27 = = =
28 — — —
29 = = =
30 — — —
31
32
33
34
35
36
37
38.1
38.2
39.1
39.2
First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).
fz and vc are valid for ae =0,4 D1.
For smaller ae, fz and vc should be multiplied by the factor given below: T
£

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

B8
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D1

hm:fz-'\/%—?@in Xy

hm D1
Z=Sinx" \/;
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& Victory™ M1200 Series ® Face Mills
WIDIA Victory M1200 Mini HF Cutting Data

TN6525 TN6540 \ TN7535 \ THM-U
Gegﬁ:try feed per tooth fz (mm)
.LDJ 0,14 0,30 0,70
.LD 0,20 0,36 0,60 0,26 0,49 0,80 0,23 0,42 0,68
..GD 0,28 0,53 0,75 0,39 0,70 0,91 0,35 0,60 0,82
.HD 0,39 0,70 0,95 0,49 0,91 1,33 0,46 0,84 1,20
M(?:lﬂfl vc (m/min) 8
1 350 270 228 290 220 190 360 280 240 -q:_)
2 240 180 160 200 150 130 250 190 165 2
3 200 150 130 170 130 110 210 160 140 8
4 210 160 130 170 130 110 215 165 140 ,,(E
5 170 130 110 140 100 90 180 130 110 =
6 228 170 140 190 140 120 240 180 150 >
7 170 130 120 140 110 100 180 140 120 -*8
8 150 120 100 130 100 80 160 120 100 =
9 130 100 80 110 80 60 140 100 80 i
10 170 140 130 140 120 100 180 145 130 g‘
11 120 90 70 100 70 60 120 90 70 é
12 220 170 140 180 140 120 230 175 150 =
131 190 140 120 160 120 100 200 145 120 K]
13.2 96 70 60 80 60 50 100 75 60 %
14.1 190 120 90 160 100 70 200 120 90 X
14.2 150 90 70 130 80 60 160 95 70 %
14.3 120 70 50 100 60 40 120 70 55 £
14.4 100 60 40 80 50 40 100 60 45
15 — — — — — — — — —
16 — — — — — — — — —
17 240 180 160 200 150 130 250 190 165
18 200 150 130 170 130 110 210 160 140
19 — — — — — — — — —
20 — — — — — — — — —
21 1800 950 590
22 880 500 405
23 1600 860 540
24 950 590 450
25 680 450 315
26 670 500 310
27 700 610 500
28 750 660 540
29 750 650 530
30 700 655 500
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1
38.2
39.1
39.2
First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).
fz and vc are valid for ae =0,4 D1. -
For smaller ae, fz and vc should be multiplied by the factor given below: p \

D1,

=fz.N\ /28 .
hm=fz D sin Xr
hm
! _ . D1
fz‘sin Xr \/;

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
vc-Factor 1,4 1,3 1,2 1,1

I WIDIAY .
e



Victory™ M1200 Series ® Face Mills &
Victory M1200 Mini Tool Bodies WIDIA

e Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e Maximum number of teeth per diameter.

D1 max

: ;i— DPM

Ap1 maxf oo ‘1\ 6

Indexable Milling ¢ Victory M1200 Series

B Victory M1200 Mini
order number catalogue number D1 Dimax D DPM G3X L1 WF Apimax |Z maxRPM coolant supply kg
3957839 M1200D025Z02M16HNO7 25 34 29 17,0 M16 32 22 & 2 20000 Yes 0,1
3957840 M1200D025Z03M16HNO7 25 34 29 17,0 M16 32 22 3,5 3 20000 Yes 0,1
3957842 M1200D032Z04M16HNO7 32 4 29 17,0 M16 40 22 3,5 4 17600 Yes 0,2
3957841 M1200D032Z03M16HNO7 32 41 29 17,0 M16 40 22 3,5 3 17600 Yes 0,2
3957963 M1200D040Z04M16HNO7 40 49 29 17,0 M16 40 22 &5 4 15800 Yes 0,2
3957964 M1200D040Z05M16HNO7 40 49 29 17,0 M16 40 22 3,5 5 15800 Yes 0,3
B Spare Parts
&)
H
Torx
D1 insert screw Nm driver
25 12146034500 &5 12148082400
32 12146034500 & 12148082400
40 12146034500 3,5 12148082400

WIDIAY I
e



Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini Tool Bodies

000

WIDIAY

¢ Twelve cutting edges.
e First choice for low depth-of-cut face milling.

e Maximum number of teeth per diameter.

— 8
\. 9
(O]
D1 max | D1 = o } D ()
= = 8
N
- \ —
Ap1 max (k' — z
s S ‘ g
‘ ; =
L2 o
L & <
°
(o))
=
B Victory M1200 Mini =
=
2
order number catalogue number D1 Dimax D L L2 Ap1max Z max RPM coolant supply kg %
3958011 M1200D025Z02B20HNO7 25 34 20 82 32 3,5 2 20000 Yes 0,2 5
3958012 M1200D025Z03B20HNO7 25 34 20 82 32 815 8 20000 Yes 0,2 o
c
3958023 M1200D032Z03B25HN07 32 4 25 97 40 3,5 3 17600 Yes 0,4 -
3958024 M1200D032Z04B25HNO7 32 4 25 97 40 3,5 4 17600 Yes 0,4
W Spare Parts
= yd
Torx
D1 insert screw Nm driver
25 12146034500 815 12148082400
32 12146034500 815 12148082400
WWW.WIDIA.COM WIDIA B11



Victory™ M1200 Series ¢ Face Mills &
Victory M1200 Mini Tool Bodies WIDIA

e Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e Maximum number of teeth per diameter.

n
Q0 T
P
5 0 (
wn D1max| D1 — . : D
o ~~C
=
Ap1 max ‘
g el |-
45°

© ‘/:Bx
> L
°
o
£
= B Victory M1200 Mini
=
Q2
% order number catalogue number D1 Dimax D L LBX Apimax |[Z maxRPM coolant supply kg
5 3958025 M1200D025Z02A20HNO7L120 25 34 20 120 32 3,5 2 20000 Yes 0,3
T 3958026 M1200D025Z03A20HNO7L120 25 34 20 120 32 815 8 20000 Yes 0,3
c
- 3958029 M1200D025Z02A25HN07L200 25 34 25 200 32 3,5 2 20000 Yes 0,7

3958030 M1200D025Z03A25HN07L200 25 34 25 200 32 3,5 3 20000 Yes 0,7

3958027 M1200D032Z03A25HNO7L130 32 41 25 130 40 3,5 3 17600 Yes 0,5

3958028 M1200D032Z04A25HNO7L130 32 4 25 130 40 815 4 17600 Yes 0,5

W Spare Parts
= /
Torx

D1 insert screw Nm driver

25 12146034500 815 12148082400

32 12146034500 815 12148082400

WIDIAY
e



- Victory™ M1200 Series ¢ Face Mills
WIDIAW Victory M1200 Mini Tool Bodies

¢ Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e Maximum number of teeth per diameter.

L

Vo ko + /\45c

N § %
<$,‘ L Apt max

Indexable Milling e Victory M1200 Series

B Victory M1200 Mini
order number catalogue number D1 Dimax D D6 L Ap1 max z max RPM coolant supply kg
3957995 M1200D040Z04HNO7 40 49 22 38 40 3,5 4 15800 Yes 0,3
3957996 M1200D040Z05HNO7 40 49 22 38 40 & 5 15800 Yes 0,3
3957997 M1200D050Z04HNO7 50 59 22 38 40 3,5 4 12700 Yes 0,4
3957998 M1200D050Z05HNO7 50 59 22 38 40 3,5 5 12700 Yes 0,4
3957999 M1200D050Z06HNO7 50 59 22 38 40 3,5 6 12700 Yes 0,4
3958000 M1200D063Z04HNO7 63 72 22 50 40 & 4 10100 Yes 0,6
3958001 M1200D063Z06HNO7 63 72 22 50 40 3,5 6 10100 Yes 0,7
3958002 M1200D063Z08HNO7 63 72 22 50 40 3,5 8 10100 Yes 0,6
3958003 M1200D080Z05HNO07 80 89 27 60 50 3,5 5 7900 Yes 1,1
3958004 M1200D080Z08HNO7 80 89 27 60 50 815 8 7900 Yes 1,2
3958005 M1200D080Z10HNO7 80 89 27 60 50 3,5 10 7900 Yes 1,2
3958006 M1200D100Z06HNO7 100 109 32 80 50 3,5 6 6300 Yes 1,7
3958007 M1200D100Z09HNO7 100 109 32 80 50 &5 9 6300 Yes 1,8
3958008 M1200D100Z12HNO7 100 109 32 80 50 3,5 12 6300 Yes 1,8
4138470 M1200D125Z08HNO7 125 134 40 90 63 3,5 8 5050 Yes 2,8
4138471 M1200D125Z12HNO7 125 134 40 90 63 3,5 12 5050 Yes 3,0
4138472 M1200D125Z16HNO7 125 134 40 90 63 &5 16 5050 Yes 3,0
B Spare Parts
N S
= & \ B @
- S
= > )
= © .
socket-head
Torx socket-head cap screw coolant lock coolant coolant
D1 insert screw Nm driver cap screw with coolant groove  screw assembly lock screw shower plate
40 12146034500 3,5 12148082400 - 12146109200 - - -

50 12146034500 3,5 12148082400 12146120500 - = = =
63 12146034500 3,5 12148082400 12146120500 - - - -
80 12146034500 3,5 12148082400 12748701000 - - - -
100 12146034500 3,5 12148082400 = = 12146109400 = =
125 12146034500 35 12148082400 = = = 12146107000 12146111000

I WIDIAY
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini Inserts

WIDIAY

o first choice N[ e]e
Re/ L:) O alternate choice S|
B HNGJ-LDJ
3|2
gz
catalogue number cutting edges D L10 S BS Re hm ||~
HNGJ0704ANFNLDJ 12 12,70 6,80 4,48 1,60 1,2 0,08 (®f®

||
o
[ ]

o first choice
O alternate choice

| T| @[ Z] = =] ]
°
°
°
°
0
o)

B HNGJ-LD

Indexable Milling ¢ Victory M1200 Series

catalogue number cutting edges D L10 S BS Re hm
HNGJ0704ANENLD 12 12,70 6,80 4,43 1,60 1,2 0,08
HNGJ070432ANENLD 12 12,70 6,80 4,48 - 3,2 0,08

®|TN5515
@ | TN6505
® ®|TN6510
@ | TN6520
® ®|TN6525
® @ TN6540

|
[ ]
O

o first choice

O alternate choice

=
Rs/ L10

B HNPJ-GD

catalogue number

cutting edges D L10 S BS Re hm

HNPJ0704ANSNGD

12 12,70

6,80

4,45

1,27

1,2

®|TN5515
®|TN6510
® | TN6520
@ | TN6540
® | TN7535

0,10

B14
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini Inserts

P] ofe
Ml elo
K ele[e|o]0
o first choice N
O alternate choice E o
® HNPJ-HD 2
=
wo|o|Q(w O
B[S 3|8 )
2|2|2|2|2 o
catalogue number cutting edges D L10 S BS Re hm  |i=[i~| || o
HNPJ0704ANSNHD 12 12,70 6,80 4,41 1,25 1,2 0,14 |eo(e(le(efe® SE
HNPJ070432ANSNHD 12 12,70 6,80 4,42 — 3,2 0,14 o(eoofo® >
>
o
o
Qo
>
°
P o
o first choice N[ele =
O alternate choice E 2
m e}
©
X
O
B XNGJ-LDJ-3 Wiper 2
32
8=
catalogue number cutting edges * D L10 S BS Re |E £
XNGJ0704ANFNLDJ3W 3 12,70 6,78 4,47 6,78 1,3 |@|®
*3 RH and 3 LH cutting edges.
P] ole
Ml ole
ﬂ e|le|e|O|O
e first choice N |
O alternate choice E o
B XNGJ-LD3 Wiper
wogo|Iwvn|o
= | NN s
0|0 |0 |00
2|2|2|2|2
catalogue number cutting edges * D L10 S BS Re |i=|i-|i-|iF|i-
XNGJO0704ANENLD3W 3 12,70 6,78 4,47 6,78 1,3 |@e|@|®@|®|®

*3 RH and 3 LH cutting edges.

I WIDIAY
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Victory™ M1200 Series ¢ Face Mills &
Victory M1200 Mini Cutting Data WIDIA

TN5515 \ TN6501 \ TN6505 \ TN6510 \ TN6520
Gegﬁg:try feed per tooth fz (mm)
Y 0,06 010 0,30
.LD 008 015 025 008 010 025 009 017 0728 009 017 029
.GD 012 020 035 013 022 0,39 014 023 040
.HD 018 025 055 020 028 0,61 021 029 0,64
* MGIart:l::)al ve (m/min)
Q2 1 460 350 300
8 2 310 230 210
o 3 260 200 170
N 4 270 210 170
= 5 220 170 140
= 6 300 220 180
% 7 220 170 160
© 8 200 160 130
> 9 170 130 100
:n 10 220 180 170
£ 11 160 120 90
= 12 290 220 180
= 13.1 250 180 160
% 132 130 90 80
© 14.1
by 142
2 14.3
- 14.4
15 530 390 280 — = = 480 350 250 380 280 200
16 410 310 230 — — — 370 280 210 300 220 170
17 460 310 230 310 230 210 420 280 210 340 220 170
18 300 220 170 260 200 170 270 200 150 220 160 120
19 370 290 220 = = = 340 260 200 270 210 160
20 310 230 180 — — — 280 210 160 220 170 130
21 2000 1050 650
22 980 550 450
23 1800 950 600
24 1050 650 500
25 750 500 350
26 — — —
27 = — —
28 — — —
29 = — —
30 — — —
31
32
33
34
35
36
37
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below: =

D1

=fz-A\ /28 i
hm=fz D1 sin Xr
hm
\ _—m_ D1
fz‘sian'\/;

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

WIDIAY I
e



& Victory™ M1200 Series ® Face Mills
WIDIA Victory M1200 Mini Cutting Data

TN6525 TN6540 \ TN7535 \ THM-U
Gegﬁ:try feed per tooth fz (mm)
.LDJ 0,06 0,10 0,30
LD 0,08 0,12 0,25 0,11 0,17 033 0,10 0,15 0,30
.GD 0,10 0,17 0,29 0,13 0,22 0,39 0,12 0,20 035
.HD 0,15 0,21 0,50 0,20 0,28 0,66 0,18 0,25 0,60
M(?rt:lﬂfl ve (m/min) 8
1 350 270 228 290 220 190 360 280 240 ko
2 240 180 160 200 150 130 250 190 165 n
3 200 150 130 170 130 110 210 160 140 3
4 210 160 130 170 130 110 215 165 140 N
5 170 130 110 140 100 0 180 130 110 =
6 228 170 140 190 140 120 240 180 150 =
7 170 130 120 140 110 100 180 140 120 48
8 150 120 100 130 100 80 160 120 100 =
9 130 100 80 110 80 60 140 100 80 o
10 170 140 130 140 120 100 180 145 130 2
11 120 0 70 100 70 60 120 0 70 =
12 220 170 140 180 140 120 230 175 150 =
13.1 190 140 120 160 120 100 200 145 120 o
13.2 9% 70 60 80 60 50 100 75 60 g
14.1 190 120 El) 160 100 70 200 120 El) X
14.2 150 90 70 130 80 60 160 9% 70 5
14.3 120 70 50 100 60 40 120 70 55 =
14.4 100 60 40 80 50 40 100 60 45
15 — — — — — — — — —
16 — — — — — — — — —
17 240 180 160 200 150 130 250 190 165
18 200 150 130 170 130 110 210 160 140
19 — — — — — — — — —
20 — — — — — — — — —
21 1800 950 590
22 880 500 405
23 1600 860 540
24 950 590 450
25 680 450 315
26 670 500 310
27 700 610 500
28 750 660 540
29 750 650 530
30 700 655 500
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.

Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

I WIDIAY
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini 60° Tool Bodies

e Twelve cutting edges.
e First choice for low depth-of-cut face milling.
e Maximum number of teeth per diameter.

1—Ap1 max

B M1200 Mini 60° ¢ Shell Mills

Indexable Milling ¢ Victory M1200 Series

order number catalogue number D1 Dimax D D6 L Ap1max z max RPM coolant supply kg
4136482 M1200HD040Z04HNO7 40 47 22 38 40 4,7 4 15800 Yes 0,2
4136863 M1200HD040Z05HNO7 40 47 22 38 40 4,7 5 15800 Yes 0,2
4136864 M1200HD050Z04HNO7 50 57 22 38 40 4,7 4 12700 Yes 0,3
4136865 M1200HD050Z05HNO7 50 57 22 38 40 4,7 5 12700 Yes 0,3
4136866 M1200HD063Z04HNO07 63 70 22 50 40 4,7 4 10100 Yes 0,6
4136867 M1200HD063Z06HNO7 63 70 22 50 40 4,7 6 10100 Yes 0,6
4136868 M1200HD080Z05HNO7 80 87 27 60 50 4,7 5 7900 Yes 11
4136869 M1200HD080Z08HNO7 80 87 27 60 50 4,7 8 7900 Yes 1,2
4136870 M1200HD100Z06HNO7 100 107 32 80 50 4,7 6 6300 Yes 1,7
4136871 M1200HD100Z09HNO7 100 107 32 80 50 4,7 9 6300 Yes 1,7
4136872 M1200HD125Z08HNO7 125 132 40 90 63 4,7 8 5050 Yes 2,9
4136873 M1200HD125Z12HNO7 125 132 40 90 63 4,7 12 5050 Yes 2,9
B Spare Parts
O
& V) D,
= i

socket-head

Torx cap screw coolant lock coolant coolant
D1 insertscrew Nm driver with coolant groove screw assembly lock screw shower plate
40 12146034500 3,5 12148082400 12146109200 - - -

50 12146034500 3,5 12148082400 - - - =
63 12146034500 3,5 12148082400 - - - -
80 12146034500 3,5 12148082400 - - - -
100 12146034500 3,5 12148082400 - 12146109400 - -
125 12146034500 3,5 12148082400 - - 12146107000 12146111000

WIDIAY
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 Mini Inserts

B HNGJ-LDJ

catalogue number

cutting edges

o first choice

O alternate choice

D L10 S BS Re hm

®| TN6501
®| THM-U

HNGJO0704ANFNLDJ

12

12,70 6,80 4,48 1,60 1,2 0,08

B HNGJ-LD

catalogue number

cutting edges D

||
©)
[}

o first choice

O alternate choice

| T @[ Z] X[ =] ]
°
°
°
°
0
0

L10 S BS Re hm

HNGJ0704ANENLD
HNGJ070432ANENLD

12 12,70
12 12,70

® | TN5515
@ | TN6505

® ®|TN6510
@ | TN6520

6,80 4,43 160 12 0,08
6,80 4,48 — 32 0,08

® ®|TN6525
® ®|TN6540

B HNPJ-GD

catalogue number

=
RE/ L10

cutting edges D

|
[ ]
O

o first choice

O alternate choice

[ T[] Z[ =] =] ]
[ ]
[ ]
[ ]
©)
O

L10 S BS Re hm

HNPJ0704ANSNGD

12 12,70

® | TN5515
®|TN6510
®| TN6520
@ | TN6540
®| TN7535

6,80 4,45 1,27 1,2 0,10

® HNPJ-HD

catalogue number

S|
Rs/ L10

cutting edges

D

|
[ ]
O

[ T[ o] Z[ =] =] ]
[ ]
[ ]
[ ]
O
O

L10 S BS Re hm

HNPJ0704ANSNHD
HNPJ070432ANSNHD

12 12,70 6,80 4,41 1,25 1,2 0,14
12 12,70 6,80 4,42 = 3,2 0,14

®| TN5515
® ®|TN6510
® ®|TN6520
® @) TN6540
® ®|TN7535

WWW.WIDIA.COM
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Victory™ M1200 Series ¢ Face Mills &
Victory M1200 Mini 60° Cutting Data WIDIA

TN5515 \ TN6501 \ TN6505 \ TN6510 \ TN6520
eeﬁ‘ﬂ?ftry feed per tooth fz (mm)
Y 0,06 010 0,30
.LD 008 015 025 008 010 025 009 017 0728 009 017 029
.GD 012 020 035 013 022 0,39 014 023 040
.HD 018 025 055 020 028 0,61 021 029 0,64
* MGIart:l::)al ve (m/min)
Q2 1 460 350 300
8 2 310 230 210
o 3 260 200 170
N 4 270 210 170
= 5 220 170 140
= 6 300 220 180
% 7 220 170 160
© 8 200 160 130
> 9 170 130 100
:n 10 220 180 170
£ 11 160 120 90
= 12 290 220 180
= 13.1 250 180 160
% 132 130 90 80
© 14.1
by 142
2 143
- 14.4
15 530 390 280 = = = 480 350 250 380 280 200
16 410 310 230 — — — 370 280 210 300 220 170
17 460 310 230 310 230 210 420 280 210 340 220 170
18 300 220 170 260 200 170 270 200 150 220 160 120
19 370 290 220 = = - 340 260 200 270 210 160
20 310 230 180 — — — 280 210 160 220 170 130
21 2000 1050 650
22 980 550 450
23 1800 950 600
24 1050 650 500
25 750 500 350
26 — — —
27 = = =
28 — — —
29 = — —
30 — — —
31
32
33
34
35
36
37
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below: o

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

WIDIAY I
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N Victory™ M1200 Series ® Face Mills
WIDIA Victory M1200 Mini 60° Cutting Data

TN6525 TN6540 \ TN7535 \ THM-U
Gef)ﬂ?:try feed per tooth fz (mm)
.LDJ 0,06 0,10 0,30
.LD 0,08 0,12 0,25 0,11 0,17 033 0,10 0,15 0,30
.GD 0,10 0,17 0,29 0,13 0,22 0,39 0,12 0,20 035
-HD 0,15 0,21 0,50 0,20 0,28 0,66 0,18 0,25 0,60
M(?:Ji:l ve (m/min) 8
1 350 270 228 290 220 190 360 280 240 ko
2 240 180 160 200 150 130 250 190 165 n
3 200 150 130 170 130 110 210 160 140 3
4 210 160 130 170 130 110 215 165 140 N
5 170 130 110 140 100 0 180 130 110 =
6 228 170 140 190 140 120 240 180 150 =
7 170 130 120 140 110 100 180 140 120 48
8 150 120 100 130 100 80 160 120 100 =
9 130 100 80 110 80 60 140 100 80 o
10 170 140 130 140 120 100 180 145 130 2
11 120 0 70 100 70 60 120 0 70 =
12 220 170 140 180 140 120 230 175 150 =
13.1 190 140 120 160 120 100 200 145 120 o
13.2 9% 70 60 80 60 50 100 75 60 g
14.1 190 120 El) 160 100 70 200 120 El) X
14.2 150 90 70 130 80 60 160 9% 70 5
14.3 120 70 50 100 60 40 120 70 55 £
14.4 100 60 40 80 50 40 100 60 45
15 — — — — — — — — —
16 — — — — — — — — —
17 240 180 160 200 150 130 250 190 165
18 200 150 130 170 130 110 210 160 140
19 — — — — — — — — —
20 — — — — — — — — —
21 1800 950 590
22 880 500 405
23 1600 860 540
24 950 590 450
25 680 450 315
26 670 500 310
27 700 610 500
28 750 660 540
29 750 650 530
30 700 655 500
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.

Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

I WIDIAY
e



WIDIAY

One Series Meets Every Face Milling Need -
WIDIA™ M1200 HD 60°

Increased Ap1 max capability with standard M1200 inserts.

WIDIA
\WICTORY

Win with WIDIA™

¢ | ow cost per edge and high productivity.

® 60° lead angle.

¢ Increased Ap1 max capability with standard M1200 inserts.
¢ One series meets every face milling need.

e WIDIA premium milling grades.

e Up to 35% better tool life from light to heavy machining.

Through tool coolant.

Easy to use — one screw enables

fast, accurate indexing. g 5|

The latest technology with 12 true cutting
edges and high-precision PSTS inserts.

WIDIAY I
e
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Face Mills M1200 HD 60°
Heavy Duty Insert Geometry Recommended Use
LA B 0 T First choice for non-ferrous
R by materials.
h%ﬁ:g%lsr' ﬁgen' 12 Periphery ground with polished
Diameter: 50mm—160mm ELOiEEs:
Pages: B24-B27
First choice for high-feed face milling
GD . :
in stainless steel and super alloys.
Alternate choice for high-feed face
HD milling in steel and cast iron.
First choice for high-feed face milling
in steel and cast iron.
ERAID Strong corner radius.
Best option for general-purpose use.

I WIDIAY
e



Victory™ M1200 Series ¢ Face Mills
Victory M1200 HD Tool Bodies

e Twelve cutting edges.
¢ Higher Ap1 max with standard insert.

B M1200 HD ¢ 60° ¢ Shell Mills

Indexable Milling ¢ Victory M1200 Series

order number catalogue number D1 Dimax D D4 D6 L Apimax Z max RPM coolant supply kg
4152113 M1200HD050Z04HN09 50 58 22 — 38 40 6,1 4 12700 Yes 0,3
4152114 M1200HD050Z05HN09 50 58 22 — 38 40 6,1 & 12700 Yes 0,3
4152115 M1200HD063Z04HN09 63 71 22 — 50 40 6,1 4 10100 Yes 0,5
4152116 M1200HD063Z06HNO9 63 71 22 — 50 40 6,1 6 10100 Yes 0,6
4152117 M1200HD080Z05HN09 80 88 27 — 60 50 6,1 5 7900 Yes 1,1
4152118 M1200HD080Z08HN09 80 88 27 — 60 50 6,1 8 7900 Yes 1,1
4152119 M1200HD100Z06HN09 100 108 32 — 80 50 6,1 6 6300 Yes 1,6
4152120 M1200HD100Z08HNO09 100 108 32 — 80 50 6,1 8 6300 Yes 1,6
4152121 M1200HD125Z08HN09 125 133 40 — 90 63 6,1 8 5050 Yes 2,8
4152122 M1200HD125Z10HN09 125 133 40 — 90 63 6,1 10 5050 Yes 2,8
4152123 M1200HD160Z09HN09 160 168 40 66,7 110 63 6,1 9 3900 Yes 4,6
4152124 M1200HD160Z12HN09 160 168 40 66,7 110 63 6,1 12 3900 Yes 4,8
B Spare Parts

O &

Torx coolant lock coolant coolant
D1 insert screw Nm driver screw assembly lock screw shower plate

50 12146034500 3,5 12148082400 - - —
63 12146034500 3,5 12148082400 - - -

80 12146034500 3,5 12148082400 - - -

100 12146034500 3,5 12148082400 12146109400 - -
125 12146034500 3,5 12148082400 - 12146107000 12146111000
160 12146034500 3,5 12148082400 - 12146107000 12146111000

WIDIAY
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- Victory™ M1200 Series ¢ Face Mills
WIDIAY Vitory M1200 D s

% am
il K
2 o first choice N[ e]e
O alternate choice E
3
32 =
SE 5
catalogue number cutting edges D L10 S BS Re hm  |i=[~ o
HNGJ0905ANFNLDJ 12 15,88 9,00 5,56 1,80 1,2 0,08 |®® @)
[Q\]
T
=
>
O
— P] olefe ©
7 Ml lolelo]
ilmi K ele[o]o]o ;n
2 o first choice N £
O alternate choice S| ° =
2
Qo
©
[ A=A e =2]"s] x
||| QO
B|8|8[8|R ©
. Z|Z2|Z2|Z2|2 c
catalogue number cutting edges D L10 S BS Re hm ||| ||F -_—
HNGJO0905ANENLD 12 15,88 9,00 5,56 1,80 1,2 010 |(o(e(e(efe®

N

|
[ ]
O

§—

o first choice

O alternate choice

[ T[] Z[ =] =] ]
[ ]
[ ]
O
O

®| TN5515
®| TN6520
@ | TN6540
®| TN7535

catalogue number cutting edges D L10 S BS Re hm
HNPJ0905ANSNGD 12 15,88 8,58 5,56 1,80 1,2 0,15

|
O
[ ]
O

[ ]
[ ]
©)
©)
©)

o first choice
O alternate choice

® HNGJ-GD

catalogue number cutting edges D L10 S BS Re hm
HNGJO0905ANSNGD 12 15,88 9,00 5,56 1,80 1,2 0,15

®|TN5515
@ | TN6520
@ | TN6525
@ | TN6540
® | TN7535

I WIDIAY
e



Victory™ M1200 Series ¢ Face Mills &
Victory M1200 HD Inserts WIDIA

o first choice

O alternate choice

[ T[ o] Z[ =] =[]
[ ]
[ ]
O

H HNPJ-HD

catalogue number cutting edges D L10 S BS Re hm
HNPJ0905ANSNHD 12 15,88 8,59 5,46 1,66 1,2 0,20
HNPJ090543ANSNHD 12 15,88 8,50 5,44 - 43 0,20

®|TN5515
@ ®|TN6520
@ ®|TN6540

|
©)
[ ]

o first choice
O alternate choice

[ T[] Z[ X] <[ 9]
[}
[}
O
O

Indexable Milling ¢ Victory M1200 Series

B HNGJ-HD

catalogue number cutting edges D L10 S BS Re hm
HNGJ0905ANSNHD 12 15,88 8,59 5,46 1,66 1,2 0,20
HNGJ090543ANSNHD 12 15,88 8,50 5,44 — 4,4 0,20

®| TN5515
® ®|TN6520
® ®|TN6525
® ®|TN6540

WIDIAY I
e
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Victory™ M1200 Series ¢ Face Mills
Victory M1200 HD Cutting Data

TN5515 \ TN6501 TN6510 TN6520 \ TN6525 TN6540 TN7535 THM-U
GetEJ([ilg:try feed per tooth fz (mm)
..LDJ 0,08 0,12 0,30 0,08 0,12 0,30
.LD 0,12 0,20 0,40 0,13 0,22 0,44 | 0,14 0,23 0,46 | 0,10 0,17 0,33 | 0,13 0,22 0,44 | 0,12 0,20 0,40
.GD 0,15 0,25 0,50 0,17 0,28 0,55 | 0,17 0,29 0,58 | 0,12 0,21 0,41 | 0,17 0,28 0,55 | 0,15 0,25 0,50
.HD 0,20 0,30 0,60 0,22 0,33 0,66 | 0,23 0,35 0,69 | 0,17 0,25 0,50 | 0,22 0,33 0,66 | 0,20 0,30 0,60
MGIart:l::;'al ve (m/min) *
1 350 270 230 | 290 220 190 | 360 280 240 .0:3
2 240 180 160 | 200 150 130 | 250 190 165 8
3 200 150 130 | 170 130 110 | 210 160 140 o
4 210 160 130 | 170 130 110 | 215 165 140 8
5 170 130 110 | 140 100 90 | 180 130 110 =
6 228 170 140 | 190 140 120 | 240 180 150 =
7 170 130 120 | 140 110 100 | 180 140 120 %‘
8 150 120 100 | 130 100 80 | 160 120 100 §
9 130 100 80 | 110 80 60 | 140 100 80 >
10 170 140 130 | 140 120 100 | 180 145 130 ;,,
11 120 90 70 | 100 70 60 | 120 90 70 £
12 220 170 140 | 180 140 120 | 230 175 150 =
13.1 190 140 120 | 160 120 100 | 200 145 120 =
13.2 9% 70 60 | 80 60 50 | 100 75 60 %
141 190 120 90 | 160 100 70 | 200 120 90 ©
14.2 150 90 70 | 130 80 60 | 160 95 70 5
143 120 70 50 | 100 60 40 | 120 70 55 -g
144 100 60 40 | 80 50 40 | 100 60 45 -
15 530 390 280 480 350 250 | 380 280 200 | — — — | — — — | — — —
16 410 310 230 370 280 210 | 300 220 170 | — — — | — — — | — — —
17 460 310 230 420 280 210 | 340 220 170 | 240 180 160 | 200 150 130 | 250 190 165
18 300 220 170 270 200 150 | 220 160 120 | 200 150 130 | 170 130 110 | 210 160 140
19 370 290 220 340 260 200 | 270 210 160 | — — — | — — — | — — —
20 310 230 180 280 210 160 | 220 170 130 | — — — | — — — | — — —
21 2000 1050 650 1800 950 590
22 980 550 450 880 500 405
23 1800 950 600 1600 860 540
24 1050 650 500 950 590 450
25 750 500 350 680 450 315
26 —_ - — 670 500 310
27 —- - — 700 610 500
28 —_- = - 750 660 540
29 — 750 650 530
30 —_ = — 700 655 500
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1
38.2
39.1
39.2
First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).
fz and vc are valid for ae =0,4 D1.
For smaller ae, fz and vc should be multiplied by the factor given below: =
A N
D1 o .
hm=fz-‘\/ﬁ-smxr
I‘ fZ=Sir:1n;<r'\/aD_?
ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0 ae
vc-Factor 1,4 1,3 1,2 1,1
WWW.WIDIA.COM WIDIA B27
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First Choice for Economical Shoulder Milling -
M690 Series 90° Shoulder Mills

Designed to streamline even your most challenging milling operations, the M690
Series provides optimal chip evacuation, excellent shoulder finish, free cutting
action, and solid tool design for optimal insert support.

VIOYL

* New SDMX inserts — helical Positive pockets and geometry
cutting edges for smooth for free cutting action.
cutting.

e Strong insert and tool design
for maximum productivity.

e Four cutting edges enable
excellent machining economy.

Strong tool design for
optimum insert support.

Accurate PSTS inserts offer I
excellent shoulder finish.

Designed for optimal
chip evacuation.

WIDIAY I




WIDIAY

90° Shoulder M690 SD1204..
Mills Max depth of cut: 10,0mm

Insert Geometry Recommended Use

New geometry designed to provide

T protection and soft cutting.
First choice for general machining
in all materials.
New geometry designed to provide
the highest protection with soft
@ MH cutting action.

First choice for heavy machining
in steel and cast iron.

Lead angle: 90°
Indexes per insert: 4
Diameter: 50mm-160mm

Pages: B30-B32

For more information on M690 and SDMX15 for larger depth of cut, please visit www.widia.com or
see catalogue A-09-02081.

I WIDIAY
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M690 Series ¢ 90° Shoulder Mills
M690 Tool Bodies ® SD1204..

e Four cutting edges.
¢ 90° shoulders.
e Excellent for slot and profile milling.

D6
o D4
o v
S
D
D | |
o
[©)]
© - : :
>
]
2 |
=
= | N
Q2
e
2
) H M690
©
£
order number catalogue number Di D D4 D6 L Ap1 max Y4 max RPM coolant supply kg
2003556 12396953800 50 22 — 47 40 10,0 4 22400 Yes 0,3
2003557 12396954000 50 22 — 47 40 10,0 5) 22400 Yes 0,3
2003573 12396954200 63 22 — 50 40 10,0 5 20000 Yes 0,5
2003574 12396954400 63 22 — 50 40 10,0 6 20000 Yes 0,5
2003580 12396954600 80 27 — 60 50 10,0 6 17700 Yes 1,0
2003581 12396954800 80 27 — 60 50 10,0 8 17700 Yes 11
2003596 12396955000 100 32 — 78 50 10,0 8 15800 No 1,5
2003597 12396955200 100 32 — 78 50 10,0 10 15800 No 1,6
2003693 12396955400 125 40 — 89 63 10,0 9 14200 No 3,0
2003694 12396955600 125 40 — 89 63 10,0 12 14200 No 3,0
2003793 12396955800 160 40 66,7 90 63 10,0 12 12500 No 3,6
2003794 12396956000 160 40 66,7 90 63 10,0 15 12500 No 3,6
B Spare Parts
Torx
D1 insert screw Nm driver
50 12148037700 4,0 12148000600
63 12148037700 4,0 12148000600
80 12148037700 4,0 12148000600
100 12148037700 4,0 12148000600
125 12148037700 4,0 12148000600
160 12148037700 4,0 12148000600

NOTE: Standard milling cutters will accept insert nose radius up to 2mm without modification. For larger radii, clearance must be added.

WIDIAY
e
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M690 Series ¢ 90° Shoulder Mills

M690 Inserts e SD1204..

fRs

Oof , f

Fsle

o first choice

|
O
[ ]
O
O

| T| o] Z| X[ =] T
[ )
[ )
0
o
0

‘ O alternate choice °
—| |=—BS
L10
B SDMX-MM
VO IW| QW |V
NN N| M
0|00 |W0|W0 |0
2|2|2|2|Z|2
catalogue number cutting edges D L10 S BS Re hm  |i=|i-|i-|i=|i— |-
SDMX120408RMM 4 12,70 12,70 4,76 1,93 0,8 0,10 oo
SDMX120412RMM 4 12,70 12,70 4,76 1,54 1,2 010 |®| |®@|®|®|®
- SDMX120416RMM 4 12,70 12,70 4,76 1,50 1,6 0,10 o(eoeof (@
3&\"‘- SDMX120424RMM 4 12,70 12,70 4,76 0,60 2,4 0,10 o (@
" SDMX120432RMM 4 12,70 12,70 4,76 = 32 0,10 o (@
P] olefefe
M] | ole]o]o
Kele|o|o] [0
o first choice N |
O alternate choice E [
B SDMX-MH
0OV IW |V
NN (N
I |W0 (W00 |0
z2|Z2|2|2|Z|2
catalogue number cutting edges D L10 S BS Re hm || |i-|F]|iF|iF
SDMX120408RMH 4 12,70 12,70 4,76 1,93 0,8 0,14 |® (o0
SDMX120412RMH 4 12,70 12,70 4,76 1,54 1,2 014 |e|e|e|®|®|®
SDMX120416RMH 4 12,70 12,70 4,76 1,50 1,6 0,14 |@ o (@
WWW.WIDIA.COM WIDIA B31
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M690 Series » 90° Shoulder Mills N7-
M690 Cutting Data e SD1204.. WIDIA

TN5515 \ TN6520 \ TN6525 \ TN6540 \ TN7525 \ TN7535
Geg(rllg:try feed per tooth fz (mm)
MM 010 017 025 008 014 021 | 011 019 028 | 008 014 02 | 010 017 025
MH 014 024 034 | 016 028 039 | 012 020 028 | 015 026 037 | 011 019 027 | 014 024 034
M(?::l::)al vc (m/min)

» 1 300 230 190 | 250 200 170 | 330 250 210 | 280 220 190
2 2 230 180 150 | 170 140 120 | 250 200 170 | 190 150 130
3 3 190 140 130 | 140 110 100 | 210 160 150 | 160 120 110
o 4 200 150 140 | 150 120 100 | 220 170 150 | 165 130 110
B 5 170 120 110 | 130 90 80 190 130 120 | 140 100 85
= 6 220 170 140 | 170 130 100 | 240 190 150 | 185 140 115
° 7 170 140 110 | 130 100 80 190 150 120 | 140 110 90
2 8 140 110 100 | 110 80 70 160 120 110 | 120 90 80
= 9 140 100 80 | 100 70 60 150 110 90 | 110 80 70
= 10 170 140 120 | 130 100 90 190 150 130 | 140 110 100
o 11 110 90 60 80 60 50 120 95 70 70 60
g 12 220 160 140 | 160 120 100 | 240 180 150 | 180 135 115
> 13.1 190 140 110 | 140 100 80 | 210 150 120 | 155 110 90
© 13.2 100 70 50 70 50 40 110 75 60 80 55 45
= 14.1 190 120 80 140 90 60 | 210 130 90 | 160 100 70
14.2 150 100 60 120 70 50 170 110 70 130 80 60

14.3 120 80 50 9 50 45 130 8 60 | 100 60 50

14.4 100 60 45 80 45 35 110 65 50 0 50 40

15 330 240 200 290 210 170 = = = = = = = = =
16 255 190 165 220 160 140 — — — —
17 275 210 165 240 180 150 230 180 150 170 140 120 190 150 130
18 210 120 90 180 110 80 190 140 130 140 110 100 160 120 110
19 275 165 145 240 140 120 — — — — — — — — —
20 220 140 100 190 120 90 — — — — — — — — —
21
22
23
24
25
26
27
28
29
30
31 50 40 35
32 40 30 25
33 25 15 10
34 20 15 5
35 35 25 15
36 70 40 30
37 60 30 25
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.

Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1= 0,02 0,05 0,1 0,2 0,4
fz-Factor 3,5 3 2 1,5 1,0 ae
vc-Factor 1,6 1,5 1,4 1,3 1,1

WIDIAY I
e



'

'WIN WITH

WIDIA M690 90° Shoulder Mill Series

M690 SD1204.. | M690 SD1506..

Strong and specially designed to streamline most milling operations,
M690 Series 90° shoulder mills enable excellent shoulder finishes,
enhanced chip evacuation, and optimal insert support.

e Sturdy tool design for maximum safety and productivity.
e Four cutting edges for economical and reliable machining.
e Superior shoulder finishes and smooth cutting action.

To learn more about our innovations, contact your local Authorised Distributor
or visit www.widia.com.
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For Secure and Rigid Insert Clamping - M270 Series

With precision engineered ball nose, toroidal, and new high-feed inserts,

the M270 Series provides the highest accuracy and insert stability

for exceptional reliability and performance.

e New performance-boosting High-Feed (HF) inserts offered standard and are now f o

available in grade TN6525™ for steel optimisation.

¢ Ball nose and toroidal tools for semi-finishing through finishing are also available.

¢ \/-shaped contact faces enable maximum rigidity and accuracy.

Steel and carbide shanks offered.

Through tool coolant
versions available.

- 5

Highly accurate
insert positioning.

Secure and rigid
insert clamping.

o

Toroidal and High-Feed
inserts use the same holder.

WIDIAY

Steel and carbide shanks offered.

Highly accurate
insert positioning.

WWW.WIDIA.COM




WIDIAY

Copy Mills M270 High-Feed

Max depth of cut:
0,6mm-1,1mm

Insert Geometry Recommended Use

Diameter: 10mm—20mm

i High-Feed geometry for roughing
Pages: B36-B39 and semi-finishing applications

HF at maximum feed rates.

Exceptional stability, even when

@ : ;
002HEGHH P

For M270 ball nose and toroidal offerings, please visit www.widia.com or see catalogue A-09-02081.

I WIDIAY
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M270 Series ¢ Copy Mills ;
M270 High-Feed Tool Bodies WIDIAW

e High metal removal rates. /Q
¢ Excellent in long reach applications. .
* Rough and semi-finish applications.

» DPM

D .

p—

D

w

o D1 - - D

N~

Al

>

]

o Ap1 max

£ B

- L

= .

P B M270 High-Feed

o

2

() order number catalogue number | D1 D DPM G3X L L2 WF Apimax |ZZU insert1 insert2* maxRPM coolant supply kg

-g 3926546 M270TD012M08 1213 85 M8 4225 10 0,6 1 2 M270HF12 M270HF13 55000 Yes 0,02

= 3926547 M270TD016M08 16 13 85 M8 4730 10 0,9 1 2 M270HF16 M270HF17 53000 Yes 0,09
3926548 M270TD020M10 20 18 10,5 M10 59 40 14 11 1 2 M270HF20 - 52000 Yes 0,07

*D1 = 18mm when using M270HF13; D1 = 17mm when using M270HF17.

B Spare Parts
= /
Torx
D1 insert screw Nm driver
12 12748610600 2,0 12148788900
16 12748610700 5,0 12148099300
20 12748610800 5,0 12148099300
D3
D1 K j 1 } D
] Ap1 max
L2
L
B M270 High-Feed
order number catalogue number D1 DD3 L L2 Apimax |(Z ZU insert 1 insert 2 * max RPM coolant supply kg
3926514 M270TD010A10L120 10 10 9 120 45 0,6 1 2 M270HF10 - 57000 Yes 0,1
3926515 M270TD012A12L140 12 12 11 140 50 0,6 1 2 M270HF12  M270HF13 55000 Yes 0,1
3926516 M270TD016A16L160 16 16 14 160 57 0,9 1 2 M270HF16  M270HF17 53000 Yes 0,2
3926517 M270TD020A20L180 20 20 18 180 70 11 1 2 M270HF20 - 52000 Yes 0,4
*D1 = 13mm when using M270HF13; D1 = 17mm when using M270HF17.
W Spare Parts
o yd
Torx
D1 insert screw Nm driver
10 12748610500 2,0 12148788900
12 12748610600 2,0 12148788900
16 12748610700 5,0 12148099300

20 12748610800

5,0
WIDIAY
e

12148099300



. M270 Series ¢ Copy Mills
WIDIAW M270 High-Feed Tool Bodies

* High metal removal rates. /@
¢ Excellent in long reach applications. .
e Carbide shank.

o (] 0

B M270 High-Feed

Indexable Milling ¢ M270 Series

order number catalogue number D1 DD3 L L2 Apimax [ZZU insert1 insert2 * max RPM coolant supply kg
3926518 M270TD010A10L120C 10 10 9 120 45 0,6 1 2 M270HF10 — 57000 Yes 0,1
3926519 M270TD010A10L150C 10 10 9 150 45 0,6 1 2 M270HF10 - 57000 Yes 0,1
3926520 M270TD012A12L120C 12 12 11 120 50 0,6 1 2 M270HF12  M270HF13 55000 Yes 0,2
3926521 M270TD012A12L160C 12 12 11 160 50 0,6 1 2 M270HF12  M270HF13 55000 Yes 0,2
3926522 M270TD016A16L140C 16 16 14 140 57 0,9 1 2 M270HF16  M270HF17 53000 Yes 0,3
3926543 M270TD016A16L180C 16 16 14 180 57 0,9 1 2 M270HF16  M270HF17 53000 Yes 0,4
3926544 M270TD020A20L150C 20 20 18 150 70 1,1 1 2  M270HF20 - 52000 Yes 0,5
3926545 M270TD020A20L200C 20 20 18 200 70 11 1 2 M270HF20 - 52000 Yes 0,7
*D1 = 18mm when using M270HF13; D1 = 17mm when using M270HF17.
B Spare Parts
=
Torx
D1 insert screw Nm driver
10 12748610500 2,0 12148788900
12 12748610600 2,0 12148788900
16 12748610700 5,0 12148099300
20 12748610800 5,0 12148099300

I WIDIAY
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M270 Series ¢ Copy Mills

M270 High-Feed Inserts WIDIAW

NOTE: RT = Programming Radius.

Pofe]e
M| | [o]e
i K e|o|o
5% :)fl::t ch?lceh ' g _
< ) alternate choice
\—'/ H] [e]o
B M270 High-Feed
0
8 2183
© BHEE
[@)) catalogue number W LI S RR RT |-
(@) M270HF10 10 10,50 2,38 0,63 1,15 olo|®
& M270HF12 12 12,40 3,18 0,75 1,40 o060
= M270HF13 13 12,40 3,18 0,75 1,40 o0
o M270HF16 16 16,70 4,76 1,00 1,90 LI 2K ]
g’ M270HF17 17 16,70 4,76 1,00 1,90 o0
= M270HF20 20 20,70 4,76 1,25 2,30 olo|0®
=
K
Ke]
©
X
Q
©
£
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. M270 Series ¢ Copy Mills
WIDIAY 27D ot Feed Oeang Dt

TN2505 \ TN6525 \ TN6540
Di':;%"tter feed per tooth fz (mm)
10 0,15 0,25 028 0,15 0,25 028 0,15 0,30 0,50
12113 0,15 0,30 0,35 0,15 0,30 035 0,15 0,40 0,50
16/17 0,15 0,40 0,45 0,15 0,40 045 0,15 0,50 0,60
20 0,15 0,50 0,55 0,15 0,50 0,55 0,15 0,60 0,70
MGIart:l:"fl ve (m/min) *
1 — — — 350 270 230 290 225 190 2
2 — — — 240 180 160 200 150 130 3
3 — — — 200 150 130 170 130 110 o
4 — — — 210 160 130 170 130 110 N
5 — — — 170 130 110 145 105 90 =
6 — — — 230 170 140 190 145 120 o
7 — — — 170 130 120 145 110 95 2
8 — — — 150 120 100 130 9% 80 =
9 — — — 130 100 80 110 80 65 =
10 170 140 130 170 140 130 145 115 105 L)
11 110 80 70 120 20 70 95 70 55 g
12 220 170 140 220 170 140 185 140 120 x
13.1 190 140 110 190 140 120 160 115 95 =)
13.2 100 70 60 100 70 60 80 60 50 £
14.1 190 120 90 160 95 70
14.2 150 20 70 130 75 55
14.3 120 70 50 95 55 45
14.4 100 60 40 80 50 35
15 — — — — — — — — —
16 — — — — — — — — —
17 240 180 160 240 180 160 200 150 130
18 200 160 130 200 150 130 170 130 110
19 — — — — — — — — —
20 — — — — — — — — —
21
22
23
24
25
26
27
28
29
30
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1 160 120 80 120 90 70
38.2 160 120 80 — — —
39.1 120 100 60 — — —
39.2 120 100 60 — — —

First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below: -

ae/D1 = <0,2 0,3 0,4
fz-Factor 1,5 1,3 1
ve-Factor 1,3 1,2 11

I WIDIAY
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M270 Series ¢ Copy Mills NG
M270 High-Feed Additional Application Advice WIDIA

Applying High-Feed Tools

The High-Feed concept bases its strategy
on small depth of cut and higher fz values,
which result in a higher MRR and
productivity with low radial forces.

Ap

Small Ap1 values and higher feed rates generate lower
cutting forces versus traditional milling strategies.

Recommended when long overhang is necessary
due to lower radial forces. Maximum L/D ratio of 10 x D.

% of Ap1 max % of vc For CAM programming, the tools can be programmed as
L/D ratio to reduce to reduce a toroidal tool type by using the Rt value as the insert radius.
<4 0% 0%
4<L/D<7 55-65% 10-15%
>8 65-75% 20-30%

General Programming Information for Applying M270 High-Feed

tool diameter 210 212 213 216 217 220
recommended starting Ap1 (mm) 0,40 0,40 0,40 0,60 0,60 0,75
Rt
CAM programming 1,15 1,40 1,40 1,90 1,90 2,30
fz
recommended for general purpose 0,45 0,55 0,55 0,60 0,60 0,70
fz
recommended for 45 HRC (approximately) 0,40 0,45 0,45 0,55 0,55 0.65
fz
recommended for 55 HRC (approximately) 0,30 0,35 0,35 0,45 0,45 0,50

Use two effective teeth for feed calculations.
For materials above 45 HRC, we recommend adjusting the ae max to 55% of cutting diameter and using no more than 50% of Ap1 max.
While centre cutting is possible, we recommend using a ramp angle of 0,5-1,0° to ensure smooth operation.

WIDIAY I
e



TOOLING SYSTEMS

ERICKSON™ Toolholders

WIDIA™ proudly offers premium quality Erickson toolholder products,

S0 you can be sure that you're buying the best the industry has to offer.

The entire portfolio — including steep taper, HSK, straight shank extensions,
collets, sleeves, and accompanying products — offers high productivity,
increased accuracy, and application flexibility.

Designed for both manual and automatic tool changing, Erickson interfaces are ideally
suited for most machine tools and feature a compact and rigid construction guaranteed
to handle high torque and deliver optimal metal removal rates.

To learn more about our innovations, contact your local Authorised Distributor E RI c Kso N

or visit www.widia.com.



WIDIAY

High-Feed Applications - M370™ Series

Designed for high feed rate productivity, M370 Series provides the
latest insert technology with outstanding performance and reliability.
lts double-sided concept and six cutting edges provide security

and optimal metal removal with an efficient cost per edge.

'

¢ Double-sided design offers six cutting edges per insert.
e Extremely high metal removal rates.
e First choice for high-feed roughing applications.

Profiled tool for
maximum chip
evacuation.

—— Through tool coolant.

High-strength
tool body design.

Six cutting edges
per insert.

WWW.WIDIA.COM
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Copy Mills M370™
Max depth of cut:
1,25mm

Insert Geometry Recommended Use

First choice for high-feed roughing
in steel and cast iron materials.

Diameter: 25mm-80mm
Pages: B44-B49

S VA ‘ First choice for soft steel and
\ = stainless steel. Lower cutting forces.

M370 Application Example:

M370 MH geometry versus conventional High-Feed cutter
¢ Application: pocketing and face milling
e Material: 1.2311
e Component: injection mould
e Holder: 80mm
¢ Workpiece dimensions:

400mm x 300mm x 400mm

Tool:|Diameter 32; M370D032204M16W0O08

Insert: | WOEJ080412SRMH TN6525

ve: | 200 m/min

fz:|1,5mm per tooth

Ap:[0,5mm

ae:|80-100%

vf:|12.000 mm/min

Coolant: | MQL

Comment: 25% higher tool life versus 3-edged, single-sided competitor, plus M370
" | offers 2x the number of edges with our unique double-sided design.

I WIDIAY
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M370™ Series ¢ Copy Mills :
M370 Tool Bodies WOOE?.y WIDIAW

® Double-sided, six cutting edges. /Q
¢ Highest metal removal rates. .
e First choice for roughing applications.

(%}
3 - WF DPM
S
) -
n S \
o = T
B D1 max I <& @3X |D
s > /.
[ ]
(o))
£
E Ap1 max —=| ‘«
= L2
Q2
o]
S
2 B M370
©
k=
order number catalogue number Dimax D1 D DPM G3X L2 WF Apimax |Z maxRPM coolant supply kg
4056186 M370D025Z202M12WO008 25 11 21 125 M12 35 17 1,25 2 46000 Yes 0,09
4170918 M370D025Z03M12W008 25 11 21 12,5 M12 35 17 1,25 3 46000 Yes 0,09
4056187 M370D032Z04M16WO008 32 18 29 17,0 M16 43 24 1,25 4 38700 Yes 0,21
4056188 M370D042Z05M16WO008 42 28 29 17,0 M16 43 24 1,25 5 32500 Yes 0,57
B Spare Parts
< /
D1 max insert screw Nm wrench
25 MS1966 1,8 170.028
32 MS1966 1,8 170.028
42 MS1966 1,8 170.028

WIDIAY I
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. M370™ Series ® Copy Mills
WIDIAY e

® Double-sided, six cutting edges.
¢ Highest metal removal rates.
e First choice for roughing applications.

C

- [}
S Q
D1 max| D1 - E = = I D GL)
(@3]
o
Ap1 max —=| B
=
L [
(o]
£
=
2
o]
2
H M370 )
ke
£
order number catalogue number Dimax D1 D L LBX Apimax |[Z maxRPM coolant supply kg
4008281 M370D025Z02A25W008L200 25 11 25 200 50 1,25 2 46000 Yes 0,68
4170920 M370D025Z02A25W008L300 25 11 25 300 40 1,25 2 46000 Yes 1,08
4056189 M370D025Z03A25W008L150 25 11 25 150 40 1,25 3 46000 Yes 0,50
4170919 M370D025Z03A25W008L200 25 11 25 200 40 1,25 3 46000 Yes 0,69
4056190 M370D028Z03A25W008L200 28 14 25 200 40 1,25 3 42400 Yes 0,70
4170921 M370D032Z03A32W008L300 32 18 32 300 40 1,25 3 38700 Yes 0,84
4056191 M370D032Z04A32WO008L150 32 18 32 150 40 1,25 4 38700 Yes 0,84
4056192 M370D032Z04A32WO008L200 32 18 32 200 50 1,25 4 38700 Yes 1,14
B Spare Parts
o 4
D1 max insert screw Nm wrench
25 MS1966 1,8 170.028
28 MS1966 1,8 170.028
32 MS1966 1,8 170.028

I WIDIAY
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M370™ Series ® Copy Mills .
M370 Tool Bodies ® W0O08.. WIDIAW

® Double-sided, six cutting edges. /@
¢ Highest metal removal rates. .
e First choice for roughing applications. @

D6

Indexable Milling ¢ M370 Series

Q1
‘ 51 ‘ LAp1 max
D1 max
H M370
order number catalogue number Dimax D1 D D6 L Ap1 max Z max RPM coolant supply kg
4056193 M370D040Z04WO008 40 26 16 37 40 1,25 4 33500 Yes 0,19
4170922 M370D040Z05W008 40 26 16 37 40 1,25 5 33500 Yes 0,19
4008276 M370D050Z05W008 50 36 22 44 40 1,25 5 29200 Yes 0,29
4171223 M370D050Z06W0O08 50 36 22 44 40 1,25 6 29200 Yes 0,29
4056194 M370D052Z05W008 52 38 22 44 50 1,25 5 28600 Yes 0,41
4171224 M370D052Z06W008 52 38 22 44 50 1,25 6 28600 Yes 0,40
4056195 M370D063Z06W008. 63 49 22 60 50 1,25 6 25500 Yes 0,74
4008277 M370D066Z06W0O08 66 52 27 60 50 1,25 6 24900 Yes 0,77
4171225 M370D080Z07WO08 80 66 27 60 50 1,25 7 24900 Yes 2,36
B Spare Parts

&) 4 &

= $ $

- @ Q)

socket-head socket-head cap screw
D1 max insert screw Nm wrench cap screw with coolant groove

40 MS1966 1,8 170.028 125.825 MS1294CG
50 MS1966 1,8 170.028 12146120500 12146101000
52 MS1966 1,8 170.028 12146120500 12146101000
63 MS1966 1,8 170.028 12146120500 12146101000
66 MS1966 1,8 170.028 MS2038 MS2038CG
80 MS1966 1,8 170.028 MS2038 MS2038CG

WIDIAY
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M370™ Series ® Copy Mills

WIDIAW M370 Series Inserts

P] ole]e
Ml | [ [o]e
KM e[e]o|o
o first choice m
O alternate choice E
H] o
WOEJ-MH  WEOJ-MM
B WOEJ-MH and -MM 2
=
o)
ZSBE 0
2|2|2|12 o
catalogue number cutting edges D S Re ===~ ol})
WOEJ080412SRMH 6 7,79 4,75 122 |eo|e[e[e® s
WOEJ080412SRMM 6 7,79 4,70 1,22 olo(e o
o
=
M370 Application Example: =
3
M370 MM geometry versus conventional High-Feed cutter 3
¢ Application: pocketing — roughing °
e Material: P5 high-alloy steel, 300HB =
e Component: forging die
e Machine: BT40 vertical milling centre
Material Removal Rate (MRR) Comparation
78
76
74
£ 721
E
“E 70
o
o 68
[
= 66
64
62
60 T
M370 Comparation High-Feed

M370 improves tool life and productivity in comparison to conventional
single-sided High-Feed platforms.

Tool:|M370D025Z03A25W0O08L 150

Insert: | WOEJ080412SRMM TN6540

ve: | 160 m/min

fz:|0,9mm

Ap:|0,5mm

ae: | Variable

vf:|6.150 mm/min

Coolant: | Dry

Considering the weakness from the machine, M370 achieves 32% longer

Comment tool life operating with higher cutting condition, improving productivity by 20%.

I WIDIAY
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M370™ Series ® Copy Mills .
M370 Cutting Data e WO..08.. WIDIAW

TN5515 \ TN6520 \ TN6525 \ TN6540
eeﬁ‘ﬂ?ftry feed per tooth fz (mm)
-MM 035 038 15 035 08 15 035 08 15 035 09 1,6
~MH 035 1,1 18 035 1,0 1,6 035 1,0 1,6 035 1,1 1.8
” MGIart:l::)al ve (m/min)
2 1 — — — 350 270 230 290 220 190
3 2 — — — 240 180 160 200 150 130
o 3 — — = 200 150 130 170 130 110
> 4 — — — 210 160 130 170 130 110
= 5 — — — 170 130 110 140 100 2
° 6 230 170 140 230 170 140 190 140 120
2 7 170 130 120 170 130 120 140 110 100
= 8 150 120 100 150 120 100 130 100 80
= 9 130 100 80 130 100 80 110 80 60
o 10 170 140 130 170 140 130 140 120 100
g 11 120 %0 70 120 90 70 100 70 60
X 12 — — — 220 170 140 180 140 120
° 13.1 — — — 190 140 120 160 120 100
£ 13.2 — — — 100 70 60 80 60 50
14.1 190 120 90 160 100 70
14.2 150 90 70 130 80 60
14.3 120 70 50 100 60 40
14.4 100 60 40 80 50 40
15 530 390 280 380 280 200 — — — — — —
16 410 310 230 300 220 170 — — — — — —
17 460 310 230 340 220 170 240 180 160 200 150 130
18 300 220 170 220 160 120 200 150 130 170 130 110
19 370 290 220 270 210 160 — — — — — —
20 310 230 180 220 170 130 — — — — — —
21
22
23
24
25
26
27
28
29
30
31
32
33
34
35
36
37
38.1 120 %0 70
38.2 — — —
39.1 — — —
39.2 — — —

First choice starting feed (fz) is in bold type.
Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below: =

D1

hm=fz- "\ /% - sin Xr
{ _hm_ /b1
| 2=3in Xr"\/;

ae/D1 = 0,2 0,3 0,4
fz-Factor 1,5 1,3 1,0
ve-Factor 1,3 1,2 11

WIDIAY I
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M370™ Series ® Copy Mills
M370 Additional Application Advice

WIDIAY

Applying High-Feed Tools

The High-Feed concept bases its strategy on small depth of cut and
higher z values, which result in a higher MRR and productivity
with low radial forces.

Ap1 max :
|

Small Ap1 values and higher feed rates
generate lower cutting forces versus
traditional milling strategies.

1

For CAM programming, the tools can
be programmed as a toroidal tool type
by using the Rt value as the insert radius.

Recommended when long overhang is
necessary due to lower radial forces.
Maximum L/D ratio of 10 x D.

General Programming Information for Applying M370

L/D ratio starting Ap1 starting fz range Rt t Wt
<3 0,9mm 1mm-1,3mm 2,5mm 1mm 7,5mm
>3-<5 0,6mm 1mm-1,3mm
>5-<7 0,4mm 0,6mm-1mm
Maximum Linear Ramping and Helical Interpolation from Solid e
Diameter
Cg&
cutter max linear ramp angle min hole max hole Ap1 max per l‘
diameter (straight line) diameter diameter revolution / . ' L
25 3,1° 30,2 49,5 1,25 < ‘ll . “,
28 2,6° 36,1 55,5 1,25
32 2,9° 44,1 63,5 1,25
40 1,6° 60,0 79,5 1,25 Diameter
42 1,5° 64,0 83,5 1,25
50 1,3° 80,0 99,5 1,25
52 1,2° 84,0 103,5 1,25
63 1,0° 106,0 125,5 1,25
66 1,0° 112,0 131,56 1,25
80 0,8° 140.0 155.5 1.25
Wm
WWW.WIDIA.COM WI DIA
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Roughing and Finishing in One Tool -
WIDIA M4000

Cartridges with different insert styles and lead angles can be changed easily.

VIAUUL

® Roughing and finishing solution with a single tool.

e Adjustable pockets and cartridge stop feature.

¢ Easily change cartridges with different insert styles and lead angles.
e Best-in-class flexibility for less money.

e Easy runout adjustment.

¢ Perfect floor surface for finishing operations.

WIDIAY I
e



WIDIAY

Roughing and Finishing with a Single Tool

Axial adjustment
wedge

Standard Offering
D1 = 125-315mm

Quick Cartridge Stop

Ready to go in a minute with
no adjustment for roughing.

I WIDIAY
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M4000 Series ® Face Mills
M4000 Cartridge Milling System Tool Bodies

WIDIAY

® Roughing and finishing with a single tool.

* Quick cartridge stop feature. ;’f @ @

e Easy runout adjustment. D

e Easy change of cartridges with different insert (A 0, — oy B
styles and lead angles. ) /? Lo

( 0 L
; e
5 45°
: 4\\ = {A
\ D1 \ L
| |
D1 max Ap1 max

7o

S |
5 D1=D1max— T
1%} ‘ Ap1 max
8 Face Mills -+ M4000 Series Metric
g B M4000 Cartridge Milling System
°
o order number catalogue number D1 D D4 D6 L number of cartridges coolant supply kg
é 4136343 M4000D125Z06ADJ 125 40 — 108 63 6 No 3,45
E 4136344 M4000D125Z08ADJ 125 40 — 80 63 8 No 3,18
P 4136345 M4000D160Z08ADJ 160 40 67 137 63 8 No 5,52
re) 4136346 M4000D160Z12ADJ 160 40 67 137 63 12 No 5,28
S 4136347 M4000D200Z10ADJ 200 60 102 178 63 10 No 8,87
% 4136348 M4000D200Z14ADJ 200 60 102 178 63 14 No 8,31
£ 4136349 M4000D250Z12ADJ 250 60 102 228 63 12 No 14,75
4136350 M4000D250Z18ADJ 250 60 102 228 63 18 No 13,90
4136351 M4000D315Z16ADJ 315 60 102 293 80 16 No 30,92
4136352 M4000D315Z22ADJ 315 60 102 293 80 22 No 30,07
B Spare Parts ¢ Diameter 125-315mm
S
)
D1 cartridge screw Nm wedge adjusting screw
125 MS1294 20,0 12748308500 12748600900
B Cartridges
order number catalogue number insert style master platform * Ap1 max
4159022 M4000CA-AD1505 AD.T1505 — 14
4159020 M4000CA-AP1003 APT1003 — 8
4159021 M4000CA-AP1604 APT1604 - 15
3968124 M4000CA-HNO7 HN.J0704/XNGJ0704 M1200 Mini 3,5
4159018 M4000CA-HNO7HD HN.J0704 M1200 Mini 4,7
4159017 M4000CA-HNO7HF HN.J0704 M1200 Mini 1,6
3126691 M4000CA-HN09 HN.J0905/XNGJ0905 M1200 4,5
4159019 M4000CA-HNOSHD HN.J0905 M1200 6,1
3954792 M4000CA-HNO9HF HN.J0905 M1200 2,2
2511344 M4000CA-HP06 HP.TOB6T3 M640 48
2006361 M4000CA-MDHX10 MDHX1004 - 0,7
2006346 M4000CA-RC1606 RC.T1606 M100 8,0
2067492 M4000CA-SD1204 SDM.1204 M690 10
2006359 M4000CA-SD1506 SDM.1506 M690 12
2006374 M4000CA-SE1203 SE.N1203/SE.R1203 M68 6
2033495 M4000CA-SE1204 SE.N1204/SE.R1204 M68 6
2006377 M4000CA-SE1504 SE.N1504/SE.R1504 M68 8
2006348 M4000CA-SN12 SN.T1205/XNKT1205 M660 6,4
2006357 M4000CA-SN12RC SN.T1205 M660 6,4
2006360 M4000CA-SN15 SN.T1505 M660 8
2006362 M4000CA-SP12 121358680 M40 Wiper 0,5
2006373 M4000CA-SP1203 SPN1203/SP.R1203 M40 9
2006376 M4000CA-SP1504 SPN1504 M40 12
2033496 M4000CA-TP1603 TP.N1603/TP.R1603 M40 12
2006379 M4000CA-TP2204 TP.N2204/TP.R2204 M40 18
2006347 M4000CA-XP16 XPT1604 M680 14
* For all details regarding insert offering and cutting conditions, please refer to the master platforms.
B52 WI DIA WWW.WIDIA.COM
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M4000 Series ¢ Face Mills

Cartridges

M4000CA-
MDHX10CA

MA4000CA-
HNO7HF

M4000CA-
HNO7

M4000CA-
HNO7HD

M4000CA-
HNOSHF

MA4000CA-
HNO9

M4000CA-
HNO9HD

)

Q)

M4000CA-
HPO6

order number

order number

order number

order number

order number

order number

order number

order number

2006361 4159017 3968124 4159018 3954792 3126691 4159019 2511344
D1 D1max Dimax Dimax D1max Dimax Dimax D1imax D1imax
125 125 139 134 132 143 136 133 131,4
160 160 174 169 167 178 171 168 166,4
200 200 214 209 207 218 211 208 206,4
250 250 264 259 257 268 261 258 256,4
315 315 329 324 322 333 326 323 321,4
M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA-
SN12 SN12RC SN15 XP16 AP1003 AD1505 AP1604 SD1204 SD1506
order number | order number | order number | order number | order number | order number | order number | order number | order number
2006348 2006357 2006360 2006347 4159020 4159022 4159021 2067492 2006359
D1 Dimax Dimax Dimax Dimax Dimax D1max Dimax D1max Dimax
125 139,3 139,3 143 125 125 125 125 125 125
160 174,3 174,3 178 160 160 160 160 160 160
200 214,3 214,3 218 200 200 200 200 200 200
250 264,3 264,3 268 250 250 250 250 250 250
315 329,3 329,3 333 315 315 315 315 315 315
M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA- M4000CA-
RC1606 SE1203 SE1204 SE1504 SP1203 SP12 Wiper SP1504 TP1603 TP2204
order number | order number | order number | order number | order number | order number | order number | order number | order number
2006346 2006374 2033495 2006377 2006373 2006362 2006376 2033496 2006379
D1 D1max D1max D1max D1max D1max D1max D1max D1max D1max
125 125 139 139 143 130,6 132,2 132,2 125 125
160 160 174 174 178 165,6 167,2 167,2 160 160
200 200 214 214 218 205,6 207,2 207,2 200 200
250 250 264 264 268 255,6 257,2 257,2 250 250
315 315 329 329 333 320,6 322,2 322,2 315 315
WWW.WIDIA.COM WIDIA B53
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WIDIAY

Industry Standard Inserts Available in Premium WIDIA™ Grades -
WIDIA ISO Insert Additions

Now offering a simple choice for direct replacement inserts in tools commonly used in the market place.
We created universal geometries providing performance, long tool life, low cutting forces, and
high reliability to provide a winning WIDIA option.

Advanced coatings for a
broad range of application
possibilities.

High-quality, high-value
PSTS inserts.

Wiper facets for optimal
surface finish.

Wide selection of corner radii

(90° shoulder inserts). Edge geometry designed for free

machining and resistance to chipping.

WIDIAY I




WIDIAY

90° Shoulder APPT1604..
Mills Max depth of cut: 15mm

Insert Geometry Recommended Use

First choice for general machining in
ERMM | stainless steel and low carbon steels.

Lead angle: 90°
Indexes per insert: 2

Pages: B56-B58

First choice for general machining in
steel and cast iron materials.

SRMM .
Best option for general-purpose use.

ADPT1505..

Max depth of cut: 14mm Insert Geometry Recommended Use

Lead angle: 90°
Indexes per insert: 2

Pages: B56-B58

First choice for general machining.

Best option for general-purpose use.

Face Mills SEPT13TS..

Max depth of cut: 6mm Insert Geometry Recommended Use

Lead angle: 45°
Indexes per insert: 4

Pages: B56-B58

First choice for general machining.

Best option for general-purpose use.

I WIDIAY




Additional Inserts
APPT/ADPT/SEPT Inserts

Indexable Milling ¢ Additional Inserts

P] ole
Ml | [o]e
K elo]o

o first choice m
O alternate choice E [
(=21 Te R =]
AN |N(SE
0|0 |0
22|12
catalogue number cutting edges W LI S BS Re |||
APPT160408PDERMM 2 9,43 17,24 5,26 1,47 0,8 o0
APPT160408PDSRMM 2 9,43 17,22 5,26 1,43 08 |(®(@f®
APPT160416PDERMM 2 9,43 17,22 5,27 1,43 1,6 o0
APPT160416PDSRMM 2 9,43 17,22 5,27 1,43 16 |®|®|®
APPT160424PDERMM 2 9,43 17,10 5,27 1,16 2,4 [}
APPT160432PDERMM 2 9,43 16,87 5,26 - 3,2 o0
B*S P] ole
" i Ml | [o]e
K elo]o

Re U ‘ ‘ e first choice m
s O alternate choice S| °
SRR
Lol N1l 1¥s)
22|12
catalogue number cutting edges w LI S BS Re |i-|iF|i—
ADPT150508ERMM 2 9,65 16,12 5,84 2,13 08 |@(@f®
ADPT150516ERMM 2 9,65 16,12 5,84 1,34 16 |®(®|®
ADPT150524ERMM 2 9,65 15,55 5,84 0,87 2,4 ®
ADPT150532ERMM 2 9,65 15,41 5,84 - 3,2 [}
P] ole
Ml | [o]e
KM elolo

e first choice m
O alternate choice a °

| S |- m
SIR|S
0|00
22|12
catalogue number cutting edges L10 BS ||
SEPT13T3AGENMM 4 13,41 13,41 3,96 250 |(o|®|®
B56 WIDIA WWW.WIDIA.COM



a Additional Inserts e A...Style
WIDIAY 54

APPT1604../ADPT1505.. Cutting Data e Metric

TN6520 \ TN6525 \ TN6540
GeEﬁ?:try feed per tooth fz (mm)
.ERMM 0,10 0,20 0,30 0,80 0,14 0,20 0,09 0,18 0,25
.SRMM 0,13 0,25 0,36 0,10 0,20 0,25 0,11 0,25 0,36
M(?::J'pal vc (m/min)
1 300 230 190 250 200 170 o
2 230 180 150 170 140 120 g
3 190 140 130 140 110 100 2
4 200 150 140 150 120 100 (:U
5 170 120 110 130 90 80 c
6 220 170 140 170 130 100 ;8
7 170 140 110 130 100 80 g
8 140 110 100 110 80 70 <
9 140 100 80 100 70 60 °
10 170 140 120 130 100 9 E’
11 110 90 60 80 60 50 =
12 220 160 140 160 120 100 =
131 190 140 110 140 100 80 Q
13.2 100 70 50 70 50 40 ﬁ
14.1 190 120 80 140 90 60 ;g
14.2 150 100 60 120 70 50 'g
14.3 120 80 50 90 50 45 -
14.4 100 60 45 80 45 35
15 290 210 170 — — — — — —
16 220 160 140 — — — — — —
17 240 180 150 230 180 150 170 140 120
18 180 110 80 190 140 130 140 110 100
19 240 140 120 — — — — — —
20 190 120 90 — — — — — —
21
22
23
24
25
26
27
28
29
30
31 50 40 35
32 40 30 25
33 25 15 10
34 20 15 5
35 35 25 15
36 70 40 30
37 60 30 25
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.

Use corresponding speed (vc).

fz and vc are valid for ae =0,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1= 0,02 0,05 0,1 0,2 0,4
fz-Factor 3,5 3 2 1,5 1,0
vc-Factor 1,6 1,5 1,4 1,3 1,1

I WIDIAY
e



Additional Inserts e S...Style -
SEPT13T3.. Cutting Data e Metric WIDIAW

TN6520 \ TN6525 \ TN6540
eeﬁ‘ﬂ?ftry feed per tooth fz (mm)
_ENMM 0,15 0,28 046 | 0,10 0,20 030 | 015 0,25 0,36
Mg:&?' ve (m/min)
i 350 270 230 290 220 190
2 240 180 160 200 150 130
o 3 200 150 130 170 130 110
5 4 210 160 130 170 130 110
2 5 170 130 110 140 100 90
= 6 228 170 140 190 140 120
= 7 170 130 120 140 110 100
= 8 150 120 100 130 100 80
S, 9 130 100 80 110 80 60
< 10 170 140 130 140 120 100
> 11 120 90 70 100 70 60
£ 12 220 170 140 180 140 120
= 13.4 190 140 120 160 120 100
= 13.2 9 70 60 80 60 50
2 141 190 120 90 160 100 70
g 142 150 90 70 130 80 60
oy 14.3 120 70 50 100 60 40
S 144 100 60 40 80 50 40
= 15 380 280 200 — - — - — —
16 300 220 170 — — — — — —
17 340 220 170 240 180 160 200 150 130
18 220 160 120 200 150 130 170 130 110
19 270 210 160 — — — — — —
20 220 170 130 — — — — — —
21
22
23
24
25
26
27
28
29
30
31 60 50 45
32 50 40 35
33 35 25 20
34 30 20 15
35 30 20 15
36 80 50 40
37 70 45 35
38.1
38.2
39.1
39.2

First choice starting feed (fz) is in bold type.

Use corresponding speed (vc).

fz and vc are valid for ae 20,4 D1.

For smaller ae, fz and vc should be multiplied by the factor given below:

D1

hm=fz- "\ /% - sin Xr
£ _hm_ D1
\ =g VI

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
ve-Factor 1,4 1,3 1,2 1,1

WIDIAY I
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Designed for high-feed productivity, the WIDIA M370 Series provides the latest
insert technology with outstanding performance and reliability.

Its double-sided concept and six cutting edges provide you with security

and optimal metal removal for an efficient cost per edge.

To learn more about our innovations, contact your local Authorised Distributor WI DI A : :

or visit www.widia.com.




Mol ¢ yooBonbCcTBMEM OTBETUM Ha Balum Bonpochbl!

I'I0>Kar|y|7|CTa, CBAXUTECH C HAMK Mo crieayrwmnMm KoopanHaTtam.

OO0 KOMBUTEK-I'PYTII
121059 r. Mockea,
yn. Kuesckas, 19

Pexywmin nHctpymeHt: (495) 416 63 85
ABpasnBHbIN MHCTPYMEHT: (495) 416 77 10
O6opynosaHue: (495) 416 63 86

sales@combitec.net

www.combitec.ru
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