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SKIF-M milling tools
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for Aerospace industry
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Roughing long edge mills of system
“B0O12/S009”

YepHoeble mopyoeo-yunuHopuYyeckue
¢pe3bl cucmemsbl “BO12/SO09”

SKIF-M mills for Titanium alloys
dopesbl CKUD-M npnss TumaHa

greatest number of teeth at close pitch
four cutting edges per insert

special design for titanium

high spiral flute

very soft cutting

range of diameters from 32mm up to
100mm

the maximal productivity for the
titanium makes 900 cm3/min

mills in diameter from 63mm with front
end cutter heads

various types of shanks, switching
HSK100A and HSK125A

Haunbonbluee 4mcno 3ybbeB y dhpes ¢
MENKUM LIarom

[MpounseoanTenbLHOCTL Npy 06paboTke
TntaHa po 800 cm3/MuUH

®pesbl gnameTpom oT 63MM CO
CMEHHOWN (OPOHTarIbHOWN YaCcTbto

Mills of system “AD10”

greatest number of teeth

special design for titanium

very soft cutting

end mills in a range of diameters from 16mm up

to 40mm

* range of radiuses of inserts from 0,4mm up to
5,0mm

®pe3bi cucmembi “AD10”



SKIF-M mills and drills for Titanium alloys
®pesbl n ceepna CKU®-M nna TumaHa

Semi-finishing mills of system
“B0O12/S009”

e greatest number of teeth

» special design for titanium

* range of radiuses of inserts BO12

from 0,8mm up to 4,0mm

lMony4yucmoesie hpesbi cucmemsol
“B0O12/S009”

Roughmg mills of system “S0O19”
depth of cut up tol0mm
e range of diameters from 80mm up to

315mm

e special design for roughing titanium
alloys

e for removal an high-strength alpha
layer

e the maximal productivity for titanium
makes 180 cm3/min

* YepHosblie ppe3bl cucmembi
“S019”

my6uHa pesaHusa go 10mMm

[nana3oH anametpoB oT 80 oo 315mMm
WcnonHeHuwe cneumanbHO Ana TutaHa

[Ons yaaneHus anbMUpOBaHHOTO Cros Drills for pockets
MakcumansHas Npou3BOANTENBHOCTb » size of inserts identical with long edge mills
268 cm3/MuH

» four cutting edges per insert

» special design for titanium

» the maximal productivity for titanium
makes 100 cm3/min

* range of diameters from 26mm up to
75mm

Ceepnia Onsi KapmaHo8




Milling Tools for aerospace industry

MT190L...T

Long edge spiral flute endmills for machining titanium alloys

KoHueBble TopLoBO-LUUNMHApUu4eckue dpesbl
Ansa o6paboTKku TUTAHOBLIX CN1aBoOB

*First choice for machining titanium alloys with internal
coolant supply

*High spiral flute long edge endmills with fully overlapping
inserts

*Roughing slots and peripheral cutting with lubricant

*CneumarnbHas KOHCTPYKLMS Anst 06paboTKM BbICOKOMPOUHBIX
TUTAHOBBIX CMNABOB C BHYTPeHHel nogaven COX
*HoBoe nokonexue gpes C KPYTON CNMpanbio U NOMHbIM
nepexpbiTrem CMI

MT 190L-W...AD10-IK-T

*QddekTnBHOE YepHOBOe pe3epoBaHMe NasoB MU
nepudepuitHoe dpesepoBaHne ¢ npumeHeHmem COX

*Kaxpas pexywass cnupanb-oauMH 3PdEKTUBHbIN 3y6

o

TQ

T

lo

Straight shank with drive flat (Weldon)
XBocToBMK - uunuHgpunyeckun Tuna “Weldon” DIN 1835 B

Code key Dimensions,mm Pa3mepbi,MM Nmax ﬁ E.‘ No. L
O6o3HaueHune D| a H L d | Z | RPM| kg Kon. ’
MT190L-025W25R02AD10-36-IK-T 25 36 50 105 25 2 ]133200] 0,3 8
MT190L-030W32R03AD10-36-IK-T 30 36 50 110 32 3 |30200]0,51 12
MT190L-030W32R03AD10-56-IK-T* 30 56 68 128 32 3 | 26000]0,56 18
MT190L-032W32R03AD10-36-IK-T 32 46 55 115 32 3 30200| 0,4 12
ADKT10T308ER-T

MT190L-032W32R03AD10-56-IK-T* 32 56 68 128 32 3 26000( 0,4 18

T250555-08 | 7008-T
MT190L-036W40R03AD10-36-IK-T 36 46 55 125 40 3 |28700]| 0,7 12 1,6 Nm
MT190L-036W40R04AD10-36-IK-T 36 46 55 125 40 4 28700] 0,7 16
MT190L-036W40R04AD10-56-IK-T 36 56 68 138 40 4 277001 0,7 24
MT190L-040W40R03AD10-56-IK-T 40 56 68 140 40 3 2770010,75 18
MT190L-040W40R04AD10-56-IK-T 40 56 68 140 40 4 277001 0,7 24
MT190L-040W40R04AD10-83-IK-T 40 83 105 175 40 4 230001( 1,8 36

* For square shoulder miling only with ae = 0.3xD

* Tonbko 0nsi gppeseposaHusi ycmyrnos ¢ ae - 0.3xD

SKIF-M

CKno-M



Ppes3bl anslopumpLoel KppeMaTe pnaroB

MT290 N <,
Square shoulder facemills with internal coolant supply for machining
titanium alloys

TopuoBble hpe3bl 90° ¢ BHyTpeHHUM nogsoaom COX
Ansa o6paboTKM TUTAHOBLIX CN1aBOB

*Positive geometry

*The best mills for face and shoulder milling in using machining centers
*Effecient production for low horsepower machines

*Very low cutting forces

*MonoxutensHas reomeTpus ©
*Nydlias KOHCTPYKUMA Ans dppe3epoBaHMst MNOCKOCTEN 1 YCTYMOB Ha

obpabaTbiBatoLLMX LIeHTpax

*Bbicokast IPoM3BOANTENBHOCTb HA CTAHKaX OrPaHMYEHHOW MOLLHOCTH D

*OueHb HU3KMe CUMnbl pe3aHns

Depth of cut up to 10 mm

MT 290...AD10-IK regular pitch  HopmanbHbIl waz Fmy6uHa pe3aHus Ao 10 Mm
Code key Dimensions,mm Pasmepbl,MM Nmax ﬁ 2 No. \
O6o3HaueHne D | a L | H d | Z | rM| kg == Kon. , \.

MT290-040A16R04AD10-IK 40 | 10 | 19 | 40 | 16 | 4 |27700| 0,2 4
ADKT10T308ER-T
MT290-050A22R05AD10-1K 50 | 10 | 20 | 40 | 22 | 5 |25400| 0,3 | ADKT10T316ER-T 5 7008-T
ADKT10T325ER-T T250555-8 | 1 5Nm
MT290-063A22R06AD10-IK 63 10 20 40 22 6 23300 0,5 | ADKT10T332ER-T 6
ADKT10T340ER-T
MT290-080B27R08AD10-IK 80 | 10 [ 22 | 50 | 27 | 8 |21300] 1,0 8
close pitch menkuu waz
MT290-040A16R06AD10-IK 40 | 10 | 19 | 40 | 16 | & |27700] 0,2 6
MT290-050A22R08AD10-IK 50 10 20 40 22 8 |25400( 0,3 | ADKT10T308ER-T 8
ADKT10T316ER-T 7008-T
MT290-063A22R10AD10-IK 63 | 10 [ 20 | 40 [ 22 | 10 [23300 05 | ApkT10T325ER.T 10 | T250555-8 [ 1 5Nm
MT290-080B27R12AD10-IK 80 | 10| 22 | 50 | 27 | 12 [21300] 0,9 | ADKTI1OT332ER-T 12
ADKT10T340ER-T
MT290-100B32R14AD10-IK 100 | 120 [ 25 | 50 | 32 | 14 |19600] 1,3 14

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190

Endmills with internal coolant supply for machining titanium alloys
KoHueBble dpe3bl 90° ana o6paboTkn TUTaHOBbLIX CNSlaBOB

MT 190-Z...AD10-IK

*Positive geometry

*The best mills for face and shoulder milling in using machining centers
*Effecient production for low horsepower machines

*Very low cutting forces

*Radius of inserts of great range 0.8; 1.6; 2.5; 3.2 and 4.0 mm

*MonoxuTenbHas reomeTpus

*Nyywas KOHCTPYKUMSA Ans dpe3epoBaHus NIOCKOCTEN M YCTYNOB Ha
obpabaTbiBaloLLMX LLeHTpax

*Bbicokasi IPOM3BOAUTENBHOCTE HA CTAaHKAX OrPaHUYEHHOM MOLLHOCTU
*O4yeHb HU3KMEe CUMbl pe3aHunst

*LLinpokmin amanasoH nnacTtuH ¢ paguycamu 0.8; 1.6; 2.5; 3.2 n 4.0 mm

a

H - w

Straight shank cylindrical
XBocTOBMK - uunuugpudeckunn DIN 1835 A

Code key Dimensions, mm Pazmepbi,MM Nmax El ﬂ" No. é T,
O6o3HaveHune D a H L d Z | RPM | kg Kon.
MT190-016216R02AD10-L090-IK | 16 | 10 | 42 | 90 | 16 38500 0,2 2
MT190-016216R02AD10-L110-K | 16 | 10 | 62 | 110 | 16 | 2 |28900| 0,3 2
MT190-016Z16R02AD10-L130-IK| 16 | 10 | 82 | 130 | 16 | 2 |=24200| 03 2
MT190-020Z20R03AD10-L090-IK | 20 | 10 | 40 | 90 | 20 | 3 |36900| 0,4 3
MT190-020Z20R03AD10-L130-IK | 20 | 10 | 70 | 130 | 20 | 3 |23900| 0.4 3
MT190-020Z20R03AD10-L160-IK | 20 | 10 | 100 | 160 | 20 | 3 |19500| 0,5 3
MT190-025225R04AD10-L110-K | 25 | 10 | 54 | 110 | 25 | 4 |33200| 055 4
MT190-025225R04AD10-L140-IK | 25 | 10 | 84 | 140 | 25 | 4 |19900| 0,5 4
MT190-025Z25R04AD10-L170-IK | 25 | 10 | 124 | 170 | 25 | 4 [15400| 0,5 | ADKT10T308ER-T 4
MT190-025225R05AD10-L110-K | 25 | 10 | 54 | 110 | 25 | 5 |33200| 0,5 | ADKIIOT3IGERT 5

5| ADKTL0T325ER-T T250555-08 | 7008-T
MT190-025225R05AD10-L140-IK | 25 | 10 | 84 | 140 | 25 | 5 |19900| 0,5 ﬁgﬂiggiggg 5 1,6Nm
MT190-025Z25R05AD10-L170-IK | 25 | 10 | 124 | 170 | 25 | 5 |15400| 055 5
MT190-032Z32R04AD10-L120-IK| 32 | 10 | 60 | 120 | 32 | 4 |30200| 0,7 4
MT190-032Z32R04AD10-L160-IK| 32 | 10 | 100 | 160 | 32 | 4 |20900| 0,8 4
MT190-032232R04AD10-L200-IK | 32 | 10 | 160 | 200 | 32 | 4 |16000| 0,9 4
MT190-032Z32R05AD10-L120-IK| 32 | 10 | 60 | 120 | 32 | 5 |30200| 0,7 5
MT190-032Z32R05AD10-L160-IK | 32 | 10 | 100 | 160 | 32 | 5 |20900| 0,8 5
MT190-032232R05AD10-L200-IK | 32 | 10 | 160 | 200 | 32 | 5 |16000| 0,9 5
MT190-032Z32R06AD10-L120-IK| 32 | 10 | 60 | 120 | 32 | 6 |30200| 0,7 6
MT190-032Z32R06AD10-L160-IK| 32 | 10 | 100 | 160 | 32 | 6 |20900| 0,8 6
MT190-032Z32R06AD10-L200-IK | 32 | 10 | 160 | 200 | 32 | 6 |16000| 0,9 6

SKIF-M

CKno-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190
Endmills with internal coolant supply for machining titanium alloys
KoHueBble dpe3bl 90° ana o6paboTkn TUTaHOBbLIX CNSlaBOB

*Positive geometry

*The best mills for face and shoulder milling in using machining centers L
*Effecient production for low horsepower machines

*Very low cutting forces

*Radius of inserts of great range 0.8; 1.6; 2.5; 3.2 and 4.0 mm

*MonoxutensHas reomeTpus o ©
*Nyywas KOHCTPYKUMA Ans hpe3epoBaHus NIOCKOCTEN 1 YCTYNOB Ha

obpabaTbiBaloLLMX LLEHTpax a

*Bblcokasi NPOV3BOANTENBHOCTL HA CTaHKaX OrPaHNYEHHON MOLLHOCTU

*O4yeHb HU3KMEe CUMbl pe3aHunst L1

*LLnpokmin amana3oH nnacTtuH ¢ paguycamu 0.8; 1.6; 2.5; 3.2 n 4.0 mm

Straight shank with drive flat (Weldon)

MT 190-W...AD10-IK XBOCTOBMK - uMnuHApuyeckuii Tuna “Weldon” DIN 1835 B
Code key Dimensions, mm Pazmepbi,MM Nmax El ﬂ‘ No. é T,
O6o3HaveHune D a L1 L d Z | RPM| kg Kon. _

MT190-016W 16R02AD10-L090-IK 16 10 42 90 16 2 |38500] 0,2 2
MT190-016W 16R02AD10-L110-1K 16 10 62 110 16 2 28900| 0,3 2
MT190-016W16R02AD10-L130-1K 16 10 82 130 16 2 24200| 0,3 2
MT190-020W 20R03AD10-L090-IK 20 10 40 90 20 3 |36900| 0,4 3
MT190-020W20R03AD10-L130-1K 20 10 70 130 20 3 23900| 0,4 3
MT190-020W20R03AD10-L160-IK] 20 10 100 160 20 3 19500 0,5 3
MT190-025W25R04AD10-L110-1K 25 10 54 110 25 4 |33200] 0,5 4
MT190-025W25R04AD10-L140-1K 25 10 84 140 25 4 19900| 0,5 4
MT190-025W25R04AD10-L170-IK] 25 10 114 170 25 4 15400] 0,5| ADKT10T308ER-T 4
MT190-025W25R05AD10-L110-1K 25 10 54 110 25 5 33200 0,5 ADKTIOTSIGERT 5
) ADKT10T325ER-T T250555-08| 7008-T
MT190-025W25R05AD10-L140-K| 25 | 10 | 84 | 140 | 25 | 5 [19900| 0,5 ﬁgﬂiggiggg 5 1,6Nm
MT190-025W25R05AD10-L170-IK| 25 10 114 170 25 5 15400 0,5 5
MT190-032W32R04AD10-L120-1K] 32 10 60 120 32 4 130200 0,7 4
MT190-032W32R04AD10-L160-IK] 32 10 100 160 32 4 130900 0,8 4
MT190-032W 32R04AD10-L200-1K 32 10 160 200 32 4 16000| 0,9 4
MT190-032W32R05AD10-L120-IK] 32 10 60 120 32 5 30200 0,7 5
MT190-032W32R05AD10-L160-IK] 32 10 100 160 32 5 120900 0,8 5
MT190-032W 32R05AD10-L200-IK| 32 10 160 200 32 5 |16000[ 0,9 5
MT190-032W32R06AD10-L120-IK] 32 10 60 120 32 6 30200 0,7 6
MT190-032W32R06AD10-L160-IK] 32 10 100 160 32 6 |20900| 0,8 6
MT190-032W32R06AD10-L200-1K] 32 10 160 200 32 6 |16000| 0,9 6

CKno-M SKIF-M




Milling Tools for aerospace industry

MT110 e P
High feed endmills 10° for machining titanium alloys

KoHueBble dpe3bl 10° ana ¢ppesepoBaHus
TUTAHOBLIX CNJ1aBOB C OONbLLUMMM NogAYaMM -

*Roughing surface and pocket with feed up to 1 mm/tooth
*Profitable machining titanium and heat resistant alloys
*Suitable for plunge milling T

*YepHoBasi 06paboTka NNoCKOCTEN, MONYOTKPbITbIX 1 3aKPbITbIX

nasoB c nogadyeit Ao 1 Mm / 3y6. @®©
*3KOHOMMYHasi 06paboTka TUTAHOBBIX W )XapOMPOYHbIX CMIIABOB.

* BO3MOXHO (hpe3epoBaHme C OCEeBOV nogaden. D

Straight shank with drive flat (Weldon)

MT 110-W-IK XBOCTOBUK - uunuHapuyeckui Tuna “Weldon” DIN 1835 B
Code key Dimensions,mm Pa3smepbi,MM Nmax ['i“-l B No. é T,
OGo3HaueHune D a H L d | Z | RPM | kg Kon. _

MT110-025W 25R02S009-IK 25 1 84 140 25 2 9000 | 0,2 2
MT110-028W 25R02S009-IK 28 1 84 140 25 2 8500 | 0,4 2
MT110-030W 32R02S009-IK 30 1 90 150 32 2 8300 | 0,4 2
MT110-032W 32R03S009-IK 32 1 90 150 32 3 8100 | 0,4 SOMWOST08ER 3 T350760-10 |7010-TP
MT110-035W 32R03S009-IK 35 1 90 150 32 3 6408 | 0,6 3 2,0Nm
MT110-040W 32R04S009-IK 40 1 90 150 32 4 5000 | 0,6 4
MT110-042W 32R04S009-IK 42 1 90 150 32 4 4500 | 0,6 4
MT110-050W40R05S009-IK 50 1 90 160 40 5 3000 | 0,7 5

Straight shank cylindrical

MT 110-Z...L-IK XBocToBUK - uunuHgpuyeckmum DIN 1835 A
Code key Dimensions,mm Pa3mepbi,MM Nmax EI B No. é -y,
OGo3HaueHue D a H L d | Z | RM | kg Kon. _

MT110-025Z25R02S009-L200-IK | 25 1 120 200 25 2 9000 | 0,3 2
MT110-028Z25R02SO09-L200-IK | 28 1 120 200 25 2 8500 | 0,3 2
MT110-030Z232R02S0O09-L.200-IK | 30 1 120 200 32 2 8300 | 0,5 2
MT110-032Z32R03S009-L200-IK | 32 1 120 200 32 3 8100 | 0,5 oI 09TS05ER 3 i)
MT110-035232R03S009-L250-IK | 35 1 63 250 32 3 6408 | 0,7 3 2,0Nm
MT110-040Z32R04S009-L250-IK | 40 1 63 250 32 4 5000 | 0,7 4
MT110-042Z40R04S0O09-L.250-IK| 42 1 63 250 40 4 4500 | 0,9 4
MT110-050Z40R05S009-L250-IK | 50 1 63 250 40 5 3000 | 0,9 5
H
o) < 3
a L

MT 110-G-IK Shank SKIF-M* XBocTtoBuk CKU®-M*
Code key Dimensions,mm Pa3mepbi,MM EI B No. é -y,
O6o3HaueHne D a H L | dif h | Z ]|k Kon. _

MT110-025G12R02S009-IK 25 1 35 57 M12 17 2 0,2 2
MT110-032G16R03S009-IK 32 1 43 66 M16 22 3 0,3 SOHWO09T308ER 3 T350760-10 | 7010-T
MT110-040G16R04S0O09-IK 40 1 47 70 M16 22 4 0,4 4

SKIF-M CKno-M



Ppes3bl anslopumpLoel KppeMaTe pnaroB

MT210

oonbWMMU Nogavyamm

*Roughing surface and pocket with feed up to 1 mm/tooth

=
Q N
High feed facemills 10° for machining titanium alloys
TopuoBblie hpe3bl 10° ana hpesepoBaHUA TUTAHOBbIX CMNJ1aBOB C

*Profitable machining titanium and heat resistant alloys |

R e el P ]

*Suitable for plunge milling

d

*YepHoBasi 06paboTka NnocKOCTeN, MONYOTKPbITbIX 1 3aKPbITbIX £ 4 S S II
nasoBs c nogavei o 1 mm / 3y6. P yrs 1 L A==1 I
*QKOHOMMYHas 06paboTKa TUTAHOBBIX W KapONPOYHbIX CMaBOB. ©
* BoamoxHO bpesepoBaHne C 0CeBO nojayei. D e
MT 210...S009-1K
Code key Dimensions,mm Pa3mepbl,MM Nmax ﬁ No. , -
OGo3HaueHne D d L H| zZ | rReM| kg = Kon.
MT210-040A16R04S009-IK 40 16 19 40 4 126400]| 0,2 4
MT210-042A16R05S009-IK 42 16 19 40 5 126100| 0,2 5
MT210-050A22R05S009-IK 50 22 20 40 5 123500| 0,4 5
MT210-052A22R06S009-IK 52 22 20 40 6 |23000| 0,4 6
SOHWO09T308ER T350760-10 |7010-TP
MT210-063A22R06S009-IK 63 22 20 50 6 ]20500| 0,6 6 2,0Nm
MT210-066A22R07S009-IK 66 22 20 50 7 ]20000| 0,6 7
MT210-080A27R08S009-IK 80 27 22 50 8 |18000| 0,8 8
MT210-100A32R10S009-IK 100 32 25 50 10 |16000| 1,4 10
MT210-125A40R12S009-IK 125 40 29 63 12 |14000| 2,8 12
CKUNob-M SKIF-M



Milling Tools for aerospace industry

MT245...T

Facemills 45° for machining titanium alloys

TopuoBble pesbl 45°
Ansa oo6paboTKn TUTaHOBLIX CMNJIaBOB

*Positive geometry.
*Low cutting forces.
*First choice for machining centers.

N NP

*Profitable machining titanium and heat resistant alloys. T

*MonoxuTtenbHasi reomeTpus.
*Hu3kue cunbl pesaHus.
*Jyywas

KOHCTPYKUMsi Ans oBpabarbiBalowyx LEeHTPOB.

*d)pezepOBaHMﬂ TUTAHOBBIX U >Kaponpo4HbIX CNaBOB.

d
|
®©
D
D1

Depth of cutup to 5 mm
MT 245...SO09-IK-T regular pitch  HopmanbHbii waz Iny6uHa pe3aHus 4o 5 Mm
Code key Dimensions,mm Pasmepbl,MM Nmax ﬁ B No. é L
O6o3Ha4YeHune D a | D1 L H d Z | RPM | kg Kon.
MT245-032A16R04S009-IK-T | 32 5 42,5 19 40 16 220001] 0,1 4
MT245-040A16R05S0O09-IK-T | 40 5 50,5 19 40 16 5 |19500| 0,2 5
MT245-050A22R06S0O09-IK-T | 50 5 60,5 20 40 22 6 |17500| 0,4 6
MT245-063A22R07S0O09-IK-T | 63 5 73,5 20 40 22 7 ]15500| 0,6 SCIIENELIS 7 LESETY 720,]O_OI:I-::nP
MT245-080B27R09S009-IK-T | 80 5 90,5 22 50 27 9 |]13500| 0,8 9
MT?245-100B32R11SO09-IK-T | 100 5 110,51 25 50 32 11 |12000)| 1,4 11
MT245-125B40R14S0O09-IK-T | 125 5 135,5| 29 63 40 14 |10500| 2,8 14
close pitch MenKul wae
MT245-032A16R05S0O09-IK-T | 32 5 42,5 19 40 16 5 |22000| 0,1 5
MT245-040A16R06SO09-IK-T | 40 5 50,5 19 40 16 6 ]19500| 0,2 6
MT245-050A22R07S009-IK-T| 50 5 60,5 20 40 22 7 117500] 0,4 7
MT245-063A22R09S009-IK-T | 63 5 73,5 20 40 22 9 |15500| 0,6 SCIIENELIS 9 7350960-10 720’10_0[:1-:;1'3
MT?245-080B27R11SO09-IK-T 80 5 90,5 22 50 27 11 |13500( 0,8 11
MT?245-100B32R13SO09-IK-T | 100 5 110,51 25 50 32 13 |12000| 1,4 13
MT245-125B40R16SO09-IK-T | 125 5 135,5| 29 63 40 16 |10500| 2,8 16
SKIF-M CKN®-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT290...T

Square shoulder facemills for machining titanium alloys
TopuoBble chpesbl 90° Ana o6padboTKM TUTAaHOBLIX CMNJ1IaBOB

MT 290...BO12-IK-T

regular pitch

*Positive geometry.
*Low cutting forces.
*First choice for machining centers.
*Profitable machining titanium and heat resistant alloys.
*Standard corner radius of insert 0,8; 3,0 and 4,0 mm.

*MonoxuTensHasi reoMeTpusi

*Hu3kue cunbl pesaHus
*®pe3epoBaHne NMOCKOCTEN U YCTYNOB Ha

obpabaTbiBaloLLMX LLeHTpax
*®pe3epoBaHUst TUTAHOBLIX M KApOMpPOYHbIX CNaBoB

Hopmaanbu? wae

-

—_— i
T L} AN Vbt S SR T
-
1 &£ AT i
I L  mmnaeee T I QS | L]
©
o T =

Depth of cut up to 10 mm
my6buHa pe3aHusa go 10 mm

Code key Dimensions,mm Pa3smepbl,MM | nmax ﬁ "i No. é T,
O6o03HaveHne D a L H d Z | RPM | kg — Kon.
MT290-040A16R03BO12-IK-T | 40 | 10 19 [ 40 | 16 | 3 |13500( 0,2 3
MT290-050A22R04BO12-IK-T[ 50 | 10 20 [ 40 | 22 | 4 |11500( 0,3 4
MT290-063A22R05B012-IK-T | 63 | 10 20 [ 40 | 22 | 5 |10000( 0,5 BOHW12T308ER 5
MT290-080B27R06BO12-IK-T [ 80 [ 10 | 22 | 50 [ 27 [ 6 | 8500 0,9 Sgﬂmiﬁjgﬁﬁ g | 139096010 72(’;0[\"?
MT290-100B32R07BO12-IK-T [ 100 | 10 25 [ 50 | 32 | 7 | 7500 | 1,3 7
MT290-125B40R08BO12-IK-T [ 125 | 10 29 [ 63 | 40 | 8 | 6500 | 25 8
MT290-160B40R10BO12-IK-T [ 160 | 10 31 | 63 | 40 | 10 | 5500 | 3,7 10
close pitch MenKul wae

MT290-040A16R05B012-IK-T [ 40 | 10 19 [ 40 | 16 | 5 |13500( 0,2 5
MT290-050A22R06BO12-IK-T [ 50 | 10 20 [ 40 | 22 | 6 |11500( 0,3 6
MT290-063A22R08BO12-IK-T 63 | 10 20 | 40 | 22 | 8 |10000| 0,5 BOHW12T308ER 8
MT290-080B27R10BO12-IK-T [ 80 | 10 22 | 50 | 27 | 10 | 8500 | 0,9 gg:wggiggg 10 195096010 72 éoi\-,LP
MT290-100B32R12BO12-IK-T [ 100 | 10 25 [ 50 | 32 | 12 | 7500 | 1,3 12
MT290-125B40R14BO12-IK-T | 125 | 10 29 [ 63 | 40 | 14 | 6500 | 2,5 14
MT290-160B40R18BO12-IK-T [ 160 | 10 31 | 63 | 40 | 18 | 5500 | 3,7 18

CKUD-M SKIF-M




Milling Tools for aerospace industry

MT190...T o’

Endmills 90° for machining titanium alloys
KoHueBble dhpe3bl 90° ana odbpaboTku q
TUTaHOBbIX CNJ1aBOB ]

*Positive geometry

*Best productivity for machining of titanium
alloys and nickel alloys in machining centers
*Very light cutting

*Low cutting forces

*BbicokoaghgpekmusHoe ¢ppezeposaHue
mumaHo8bIX U HUKeJle8blX Cliagos
*PapuycHoe ucnonHeHne

Straight shank with drive flat (Weldon)

MT 190-W...BO12-IK-T XBOCTOBMK - uMnuHApuyeckuii Tuna “Weldon” DIN 1835 B
Code key Dimensions,mm Pasmepbl,MM | nmax ii“-l - ‘ . No. L
O603HavyeHne D a H L d Z | RPM | kg — Kon. ’ _

MT190-025W25R02B012-IK-T| 25 | 10 | 39 | 95 | 25 | 2 [20000( 0,2 2
MT190-025W25R03B012-IK-T| 25 | 10 | 39 | 95 | 25 | 3 |20000{ 0,2 S 3
MT190-032W32R04BO12-IK-T| 32 | 10 | 37 | 97 | 32 | 4 |16000]| 0,4 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 2 0Nm
MT190-040W32R05B012-IK-T| 40 | 10 | 50 | 120 | 32 | 5 |13500{ 0,6 5
MT190-050W40R06B0O12-IK-T| 50 10 70 | 140 40 6 |10000] 0,7 6
Straight shank cylindrical
MT 190-Z...BO12-IK-T XBoCTOBMK - uunuHapuyeckuit DIN 1835 A
MT190-025Z25R02B012-IK-T | 25 | 10 | 100|200 | 25 | 2 |20000{ 0,4 2
MT190-025Z25R03B012-IK-T | 25 | 10 | 100 | 200 | 25 | 3 |20000{ 0,4 S 3
MT190-032Z32R04BO12-IK-T | 32 | 10 | 100|200 | 32 | 4 |16000]| 0,6 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 2 0Nm
MT190-040Z32R05B012-IK-T | 40 | 10 | 50 | 250 | 32 | 5 |13500{ 0,9 5
MT190-050Z40R06BO12-IK-T | 50 10 70 | 250 40 6 |10000] 1,2 6
Morse taper shank with draw-bar thread to DIN 228A/ISO296
MT 190-MK...BO12-T XBocToBMK - kKOHYC Mop3se DIN 228A /1SO 296
MT190-025MK3R02BO12-T 25 | 10 | 43 | 124 | Mk3 | 2 [20000[ 0,3 2
MT190-025MK3R03BO12-T 25 | 10 | 43 | 124 | Mk3 | 3 |[20000] 0,3 S 3
MT190-032MK3R04B0O12-T 32 | 10 | 43 124 | mMk3 | 4 |16000| 0.4 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 2 0Nm
MT190-040MK4R05B012-T 40 | 10 | 54,5] 157 [ Mk4 | 5 |13500( 0,8 5
MT190-050MK4R06BO12-T 50 | 10 | 54,5] 157 [ Mk4 | 6 |10000( 1,0 6

SKIF-M CKno-M



Milling Tools for aerospace industry

MT190L...T e‘

Long edge spiral flute endmills for machining titanium alloys
KoHueBble TopuoBO-UUnuHapuyeckune dgpesbl
Ansa o6paboTKu TUTAHOBLIX CN1aBOB

- -

*First choice for machining titanium alloys

*High spiral flute long edge endmills with fully overlapping
inserts

*Roughing slots and peripheral cutting with lubricant

I I

¥ “CneumanbHas KOHCTPYKLMSA Anst 06paboTKM BbICOKONPOYHbBIX @ @©
TUTAHOBbIX CMMaBOB

*QddekTnBHOE YepHOBOe pe3epoBaHMe NasoB MU

nepudepuitHoe dpesepoBaHne ¢ npumeHeHmem COX

*Kaxpgas pexywas cnupanb-oauMH 3PdEeKTUBHbIN 3y6 D

D

7/24 taper shank to ISO 297/ DIN 2080

MT 190L-SK...SO09...-T XBOCTOBMK - MeTpu4eckuii koHyc 7/24 DIN2080
Code key Dimensions,mm  Pa3Mmepbl,MM | nmax ﬁ . No. ’ -y,
O6o3HauYeHue D a H L d | Z | RRM| kg | e = | Kon. .
MT190L-040SK50R03S009-056-T| 40 | 56 | 103 | 230 |sks0| 3 [17000] 2,4 3+21
MT 190L-040SK50R03S009-089-T| 40 | 89 | 133 [ 260 |skso| 3 [16500] 2,7 BOHW12T3OEER 3+36 | 1ae0760.10 | 7010-7P
MT 190L-050SK50R04S009-076-T| 50 | 76 | 123 | 250 |skso| 4 [15500] 3,7 SOHWO9T308ER| 4+40 2,0Nm
MT 190L-050SK50R04S009-100-T| 50 | 100 | 143 | 270 |sks0| 4 [15000] 3,9 4+56

7124 taper shank to DIN 69871A

MT 190L-NC...SO009...IK-T XBOCTOBMK - MeTpUYECKMi1 KOHYC 7/24 DIN 69871 ®opma A
MT190L-040NC50R03S009-056-IK-T| 40 56 103 | 205 |NC50| 3 |17000| 2,2 3+21
MT190L-040NC50R03S009-089-IK-T| 40 89 133 | 235 |NC50| 3 |16500| 2,7 BOHW12T308ER 3+36 T350760-10| 7010-TP
MT190L-050NC50R04S009-076-IK-T] 50 76 123 | 225 |NC50| 4 |15500| 3,5 i 4+40 2,0Nm
SOHWO09T308ER
MT190L-050NC50R04S009-100-IK-T] 50 100 143 | 245 |NC50| 4 |15000| 3,7 4+56
d
HSK100A

*First choice for machining titanium alloys

*High spiral flute long edge endmills with fully overlapping
inserts

*Roughing slots and peripheral cutting with lubricant
*The permanent feed of lubricoolant at millingis necessary

-
*CneumarnbHas KOHCTPYKLMS Anst 06paboTKM BbICOKOMPOUHBIX
TUTAHOBLIX CMIaBOB
*QddekTnBHOE YepHOBOe pe3epoBaHMe NasoB WU I
nepudepuitHoe pesepoBaHne c npumeHeHmem COX ©
*Kaxpas pexywas cnupanb-oauMH 3PdEeKTUBHbIN 3y6
*Mpu bpesepoBaHUM HEOGXOAMMA HenpepbIBHas Noaava B
30Hy pe3aHus COX nog faBneHvem D
Taper Hollow Shank HSK DIN 69893 Form A
MT 190L-H100A...S009...-T XBOCTOBUK NONLIN KOHMYeckuii Tuna HSK
Code key Dimensions,mm  Pasmepbi,MM | nmax ™ No. T,
i + =5
OGo3HaueHune D a H L d | z RPM ~— Kon. ’ i
MT190L-040H100AR03S0O09-056-IK-T | 40 56 114 | 164 | 100 3 17000 3+21
4 -089-1K- BOHW12T308ER
MT190L-040H100AR03S0O09-089-IK-T | 40 89 144 1 194 | 100 3 16500 i 3+36 T350760-10| 7010-TP
MT190L-050H100AR04S009-076-K-T | 50 | 76 | 129 [ 179 | 100 | 4 | 15500 SOHWO09T308ER| 4+40 2,0Nm
MT190L-050H100AR04S0O09-100-IK-T | 50 100 141 | 204 | 100 4 15000 4+56

SKIF-M CKno-M



Ppes3bl anslopumpLoel KppeMaTe pnaroB

MT190L...T 6

Long edge spiral flute endmills for machining titanium alloys
KoHueBble TopuoBO-UUnuHapuyeckue dgpesbl d
Ans o6paboTKM TUTAHOBLIX CN1aBOB

*First choice for machining titanium alloys
*High spiral flute long edge endmills with fully overlapping inserts_ 1
*Roughing slots and peripheral cutting with lubricant

*CneumarnbHas KOHCTPYKLMS Anst 06paboTKM BbICOKOMPOUHBIX

TUTAHOBbIX CMNaBOB T
*QddekTnBHOE YepHOBOe pe3epoBaHMe NasoB MU ] «
nepudepuitHoe dpesepoBaHne ¢ npumeHeHmem COX

*Kaxpas pexywas cnupanb-oauMH 3PdEKTUBHbIN 3y6

D D

Straight shank with drive flat (Weldon)*

MT 190L-W...SO09...IK-T XBOCTOBMK - uMnuHapuyeckuii tuna “Weldon” DIN 1835 B*
Code key Dimensions,mm  Pa3mepbL,MM | nmax ﬁ I No. -
0OGo3HaueHune D a H L d| Z | RPM | kg ~— == |Kon. i .

MT190L-040W40R03S0O09-056-IK-T | 40 56 80 | 150 | 40 3 |17000] 1,0 3+21

BOHW12T308ER
MT190L-040W40R03S0O09-089-IK-T | 40 89 110 | 180 | 40 3 |17000] 1,2 3+36
+ T350760-10| 7010-TP
MT190L-050W50R04S0O09-076-IK-T | 50 76 100 | 180 | 50 4 ]13500] 2,0 SOHWO09T308ER| 4+40 2,0Nm
MT190L-050W50R04S0O09-100-IK-T | 50 100 125 |1 205 | 50 4 ]13000| 2,3 4+56
Morse taper shank with draw-bar thread to DIN 228A/ISO296

MT 190L-MK...SO09...-T XBocToBMK - KOHYCc Mop3e DIN 228A /ISO 296

MT190L-040MK5R03S009-056-T 40 56 80 | 210 | MK5 3 |17000] 1,0 3+21

MT190L-040MK5R03S009-089-T 40 89 120 | 250 | MK5 3 |17000] 1,2 3+36

BOHW12T308ER T350760-10| 7010-TP

MT190L-050MK5R04S009-076-T 50 76 100 | 230 | MK5 4 ]13500]| 2,2 + 4+40 2,0Nm

SOHWO09T308ER
MT190L-050MK5R04S009-100-T 50 100 125 | 255 | MK5 4 ]13000| 2,3 4+56

*It is possibly to design mills with drive flat (Weldon) and with sloping clamping surface Whistle Notch DIN 1835E
*BO3MOXHO UCMO/IHEHUE 8CeX (hpe3 C KOMOBUHUPOB8aHHbIU X80CmMos8uUKoM ¢ ribickamu murna «Weldon» (DIN 1835 B) u Whistle Notch DIN 1835E

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190L...+18A...T

o

Long edge spiral flute endmills wiht front end cutter heads for

machining titanium alloys

KoHueBble TopLoBO-LUMNUHAPUYecKue ppe3bl CO CMEeHHOM TOPLIOBOM
YyacTblo AN 06paboTKM TUTAaHOBLIX CM1aBOB

*First choice for machining titanium alloys

*High spiral flute long edge endmills with fully overlapping

inserts

*The permanent feed of lubricoolant at millingis necessary

Regular pitch for roughing slots
Close pitch for peripheral cutting

*CneupmanbHasi KOHCTPYKLMS 4115 0GpaBoTKY BbICOKOMPOUHbIX

TUTaAHOBbIX CMaBoOB

*Kaxpas pexywass cnupanb-oauMH 3PdEeKTUBHbIN 3y6
*Mpwn dpe3epoBaHuM Heobx0aMMa HenpepbiBHas Nogaya B

30Hy pe3aHus COX noa faBneHvem

HopmanbHbili waza pns 3pdEeKTUBHOrO YepHOBOro

bpesepoBaHns Na3oB

Menkust waa pna nepudepuitHoro opesepoBaHus

Taper Hollow Shank HSK DIN 69893 Form A

MT 190L-H...SO09...+18A...T regular pitch HOpManbHbII waz XBOCTOBUK NONbI KOHMYecKkui THNa HSK
Code key Dimensions,mm Pa3mepbL,MM | nmax . T X No. ? , -y,
OGo3HaueHne Dla |H | d| zZ|rM| = S | Kon ﬁ ,

MT190L-063H100AR05S009-071+18AK-T| 63 | 90 | 144 | 100 14000 5+60|E290L-X063R05SO09|H123600-10S £

BOHW12T308ER = | Z
MT190L-063H100AR05S009-008+18A-K-T| 63 | 116 | 172 | 100 | 5 |13500 N 5+80|E290L-X063R05S009|H123600-10S | & | &
MT190L-080H125AR065000-098+18A1K-T| 80 | 116 | 172 | 125 | 6 |10500| SCHWOSTS0BER |4, o6)E200L X080R06SO09|H165000-145 % E
MT190L-080H125AR06S009-131+18AK-T| 80 | 149 | 186 | 125 | & |10500 64120 [E290L-X080R06SO00|H165000-145 | | €

close pitch menkuu waz

MT190L-063H100AR06S009-071+18AK-T| 63 | 90 | 144 | 100 | 6 |14500 6+72|F290L-X063R065009H103200-085 | _ | E
MT190L-063H100AR06S009-008+18A-K-T| 63 | 116 | 172 [ 100 | 6 13500 BOHWlZImER 6+96|E290L-X063R06SO09| H104500-08S é' S
MT190L-080H125AR07S000-008+18A-K-T| 80 | 116 | 172 | 125 | 7 |10500| SOHWOIT308ER [7+112{E290L-X080R07SO0Y|H165000-145 % g
MT 190L-080H125AR07S000-131+18A-K-T | 80 | 149 | 200 | 125 | 7 |10500 7+140[E200L-X080R07S009|H165000-145 | | &

SKIF-M
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190L...+18A...T

o

Long edge spiral flute endmills wiht front end cutter heads for
machining titanium alloys

KoHueBble TopLoBo-UMnuHApuveckue cpesbl CO CMEeHHOM TOPLOBOM
SK50

YaCTbio AJA 06paGOTKM TUTAaHOBbLIX CrnJjiaBOB

MT 190L-NC...SO09...+18A...T

regular pitch

*First choice for machining titanium alloys

*High spiral flute long edge endmills with fully overlapping
inserts

*The permanent feed of lubricoolant at millingis necessary
Regular pitch for roughing slots

Close pitch for peripheral cutting

*CneumanbHas KOHCTPYKLUS st 06paboTku BbICOKOMPOYHbIX
TUTaHOBLIX CMIaBOB

*Kaxpas pexylaa cnupanb-oanH 3PEKTUBHBIA 3y6
*Mpu dpesepoBaHn HeobxoauMa HenpepbiBHas nogava B
30Hy pe3aHus COX noa faBneHvem

HopmanbHbIl waz ons 3@eKTUBHOro YepHosoro @©
hpesepoBaHyisi nasoB

Menkust wae nna nepudepuitHoro pesepoBaHus

7124 taper shank to DIN 69871A

HOopManbHbIl waz XBOCTOBUK - MeTpuyeckum koHyc 7/24 DIN 69871 dopma A

Code key Dimensions,mm PasmepbL,MM | nmax ﬁ I . +B No. E V I -
OGo3HaueHue D|fa | H L Z | RPM | kg | — Kon. ’ _
MT 190L-063NC50R055009-071+18A-K-T| 63 | 90 | 133 | 235 | 5 |14000( 4,0 5+60|E290L-X063R05SO09|H123600-10S E

BOHW12T308ER S |2
MT 190L-063NC50R055000-098+18A-K-T| 63 | 116 | 163 | 265 | 5 |13500( 4,5 . 5+80|E290L-X063R05S009|H123600-10S | & |
MT 190L-080NC50R06S009-008+18A-K-T| 80 | 116 | 163 | 265 | 6 |10500(6,0| SOHWOSTS0ER |4 g6(=901 -X080R065009|H165000-145 % g
MT 190L-080NC50R06S009-131+18A-K-T| 80 | 149 | 186 | 288 | 6 |10500( 7.6 64120 [E290L-X080R06SO09|H165000-145 | |

close pitch MenKul wae

MT 190L-063NC50R06S009-071+18A-K-T| 63 | 90 | 133 | 235 | 6 |14500( 3,7 6+72|F290LX063R06S009H103200-085 | _ | E
MT190L-063NC50R065000-008+18A-K-T| 63 | 116 | 163 | 265 | 6 |13500] 4.3 BOHWliT:”OsER 6+96|E290L-X063R06SO09| H104500-08S é' &
MT 190L-080NC50R07S009-098+18A-K-T| 80 | 116 | 186 | 265 | 7 |10500( 6,0] SOHWO0IT308ER [7+112[E290L-X080R07SO0G|H165000- 145 % g
MT 190L-080NC50R07S009-131+18A-K-T| 80 | 149 | 186 | 288 | 7 |10500| 7.6 7+140[E290L-X080R07S009|H165000-145 | | ©

MT 190L-SK...S0O09...+18A...T cregular pitch

Hopmaanbu? wae

7/24 taper shank to ISO 297/ DIN 2080

XBOCTOBMK - MeTpU4eckum koHyc 7/24 DIN2080

Code key Dimensions,mm Pa3mepbi,MM | nmax ﬁ -. B No. V -y,
| . *
O6o3Ha4yeHune D|a | H L Z | RPM | kg | Kon. ! _
MT190L-063SK50R055009-071+18A1K-T| 63 | 90 | 123 | 250 | 5 |14000] 4,1 5+60|E290L-X063R05SO09|H123600-10S £
BOHW12T308ER s | s
MT190L-063SK50R05S009-098+18AK-T| 63 | 116 | 153 | 280 | 5 |13500( 4,7 N 5+80[E290L-X063R05S009|H123600-10S | & | «
~ o
MT190L-080SK50R06S009-098+18AKT| 80 | 116 | 153 | 280 | 6 |10500|6,3| SOHWOITI0ER [, 96200 x080R06SO00|HI65000-14s| B | &
2|8
MT190L-080SK50R06S009-131+18AK-T| 80 | 149 | 176 | 303 | 6 [10500] 8,0 6+120 [E290L-X0BOR0BSO09| H165000- 145 R
close pitch MenKul wae
MT190L-063SK50R065000-071+18AK-| 63 | 90 | 123 | 250 | 6 [14500] 3,8 6+72|E290L X063R06S004H103200-088 | _ | £
o BOHW12T308ER S | 5
MT190L-063SK50R065000-098+18A-K-| 63 | 116 | 153 | 280 | 6 [13500] 4,5 6+96[E290L-X083R06SO09H104500-08S | & | &
T + ~ o
MT190L-080SK50R07S009-098+18A-IK-| 80 | 116 | 153 | 280 | 7 |10500|6,3| SOHWOST30BER [7+112|E200L-X080R07S009H165000-145 | B | 5
T = =l
MT190L-080SK50R07S009-131+18A-K-T| 80 | 149 | 176 | 303 | 7 [10500] 8,0 7+140/E290L-X0B0R07 SO0 H165000-14S R
CKN®-M SKIF-M



Milling Tools for aerospace industry

MT290L...T

Long edge milling cutter for machining titanium alloys
HacagHble TopuoBo-uunuHagpuydeckme dpesbl
Ansa o6paboTKM TUTAHOBLIX CN1aBOB

o

*First choice for machining titanium alloys d
*High spiral flute long edge endmills with fully overlapping p—
inserts
*Roughing peripheral cutting with lubricant UL
*Allowed slots milling —l[ / ‘
*CneumanbHas KOHCTPYKLUS st 06paboTku BbICOKOMPOYHbIX tf_-}r / y I
TUTaHOBLIX CMaBoOB == ©
*AbheKkTBHOE HYepHOBOE NepudepuitHoe pesepoBaHme 5}'/ "
¢ npumeHeHnem COX L
*[lonyckaeTcsi hpe3epoBaHUsi NasoB D
*Kaxpas pexylwas cnupanb-oanH 3PEKTUBHBIA 3y6 - -
MT 290L...SO09...IK-T regular pitch HopMalbHbIlU waz
Code key Dimensions,mm Pasmepbl,MM | nmax ii“-l ” ‘ : . No. L
O603HauyeHune D a H L d Z | RPM | kg — Kon. é
MT290L-050A22R04S009-30-IK-T 50 30 44 22 22 4 115500| 0,4 4+12
MT290L-050A22R04S0O09-44-IK-T 50 44 57 22 22 4 113000| 0,4 4+20
MT290L-063A27R05S009-38-IK-T 63 38 55 25 27 5 11000| 0,7 BOHW12T308ER 5+20
MT290L-063A27R05S009-57-IK-T 63 57 75 28 27 5 |10000( 0,7 + 5+35
SOHWO09T308ER T350760-10| 7010-TP
MT290L-080A32R06S O09-45-IK-T 80 45 61,6 | 34 32 6 6800 | 1,3 6+30 2,0Nm
MT290L-080A32R06S O09-70-IK-T 80 70 88 34 32 6 5900 | 1,3 6+54
MT290L-100A40R07S0O09-50-IK-T | 100 50 70 40 40 7 5200 | 1,9 7+42
MT290L-100A40R07S0O09-70-IK-T | 100 70 88 40 40 7 4600 | 1,9 7+63
MT 290L...SO09...IK-T  close pitch menkuu waz
Code key Dimensions,mm Pasmepbl,MM | nmax EI I ‘ ; No. L
+
O6o3Ha4yeHune D a H L d Z | RPM | kg — Kon. é
MT290L-063A27R06S009-38-IK-T 63 38 55 25 27 6 11000| 0,7 6+24
MT290L-063A27R06S0O09-57-IK-T 63 57 75 28 27 6 ]10000| 0,7 6+40
MT290L-080A32R07S009-45-K-T | 80 | 45 | 61,6 34 | 32 | 7 |eso00 | 1,3 |BOHWI2TI08ER 7435
+ T350760-10| 7010-TP
MT290L-080A32R07S0O09-70-IK-T 80 70 88 34 32 7 5900 | 1,3 SOHWO09T308ER| 7+63 2,0Nm
MT290L-100A40R08S009-50-IK-T | 100 50 70 40 40 8 5200 | 1,9 8+48
MT290L-100A40R08S0O09-70-IK-T | 100 70 88 40 40 8 4600 | 1,9 8+72
SKIF-M CKN®D-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

DT190

Drills for machining titanium alloys
CBepna gnsa o6padboTkm TUTaHOBLIX CMNaBOB

dl

*Size of inserts identical with long edge mills.

*Four cutting edges per insert.

*Special design for titanium.

*The maximal productivity for titanium makes 100cubic centimeter per minute
*Range of diameters from 26 mm up to 75 mm

*MnacTuHbl MAEHTUYHbI NNacTVHam Ans dpes.
*[lnana3oH AuameTpoB OT 26 A0 75MM.

*YeTbipe pexyLimx KPOMKM Y NIacTUHbI.
*cnonHeHve cneunanbHo Ans TUTaHa.
*MakcmmarnbHas npounssoamTensHocTb 100 CM3/MUH.

Straight shank with sloping clamping surface DIN 1835E

DT 190-WN XBOCTOBMK - uunuHApuyeckuin cornacHo DIN 1835E
Code key Dimensions,mm Pa3mepbi,MM — No. T,
O603HaveHne D d1i h H L d - Kon. é

DT190-026WN32R01S009-1K 26 42 68 100 160 32 2
DT190-033WN32R01S009-1K 33 42 68 100 160 32 T 2 e e
DT190-041WN40R01S0O09-1K 41 50 70 110 180 40 3 2,0Nm
DT190-051WN40R01S009-1K 51 61 70 110 180 40 3
DT190-063WN50R01S009-1K 63 62 100 130 210 50 4

CKN®-M SKIF-M



Milling Tools for aerospace industry

MT245...T N v .’

Facemills 45° for machining titanium alloys
TopuoBble thpesbl 45° ansa o6padboTKM TUTAaHOBLIX CMNJ1aBOB

*Depth of cut up to 10 mm.

*Range of diameters from 80 mm up to 315 mm.

*Special design for roughing titanium alloys.

*Roughing mills for removal an high-strength alpha layer.

* The maximal productivity for titanium makes 180 cubic T
centimetres per minute. [

*ImybuHa pesanust 4o 10Mm.

*Anana3oH gnameTpos oT 80 fo 315 mm. D
*lcnonHeHne cneunansHoO ANs TUTaHa.

*YepHoBble dpesbl AN yaaneHnst anbupoBaHHOro Cros. D1
*MakcumanbHas nponssogmTernbHoCcTb 180 CM3/MUH.

Depth of cut up to 10 mm

MT 245...SO19-IK-T regular pitch  HopmanbHbii waz my6buHa pe3aHus ao 10 mm
Code key Dimensions,mm Pasmepbl,MmM Nmax ﬁ No. L
OGo3HaueHune D a |[D1 | L H d | Z | RPM| kg = Kon. , ,

MT245-080B27R05S019-IK-T | 80 10 |103.5| 22 50 27 5 5500 | 1,0 5
MT245-100B32R07S0O19-IK-T | 100 10 |123,5| 25 50 32 7 5000 | 1,6 7

SOHT1907AEEN-T T501155-20 | 7020-T
MT245-125B40R08S0O19-IK-T | 125 10 |148,5| 29 63 40 8 4500 | 3,0 8 50Nm
MT245-160C40R10SO19-IK-T | 160 10 |183,5 29 63 40 10 | 4000 | 4,7 10

close pitch menkuu waz

MT245-080B27R06S0O19-IK-T | 80 10 90,5 22 50 27 6 5500 | 0,9 6
MT245-100B32R08S019-IK-T | 100 10 | 110,51 25 50 32 8 5000 | 1,4 8

SOHT1907AEEN-T T501155-20 | 7020-T
MT245-125B40R10S0O19-IK-T | 125 10 | 135,51 29 63 40 10 | 4500 | 2,8 10 5,0 Nm
MT245-160C40R12S0O19-IK-T | 160 10 |183,5 29 63 40 12 | 4000 | 4,4 12

SKIF-M CKno-M



Milling Tools for aerospace industry

MT190VB

Endmills for machining titanium alloys

LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
TUTaHOBbIX CNJ1aBOB

regular length of cut

MT190VB'Z HOopMmalibHasi pexywass 4acmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L r d z

MT190VB-006Z06R05-13-L057-r05-TM 6 13 57 0,5 6 5
MT190VB-008Z08R05-16-L063-r05-TM 8 16 63 0,5 8 5
MT190VB-008Z08R05-16-L063-r25-TM 8 16 63 2,5 8 5
MT190VB-010Z10R05-22-L072-r05-TM 10 22 72 0,5 10 5
MT190VB-010Z10R05-22-L072-r25-TM 10 22 72 2,5 10 5
MT190VB-010Z10R05-22-L072-r30-TM 10 22 72 3,0 10 5
MT190VB-010Z10R05-22-L072-r40-TM 10 22 72 4,0 10 5
MT190VB-012Z12R05-26-L083-r05-TM 12 26 83 0,5 12 5
MT190VB-012Z212R05-26-L083-r25-TM 12 26 83 2,5 12 5
MT190VB-012Z12R05-26-L083-r30-TM 12 26 83 3,0 12 5
MT190VB-012Z212R05-26-L083-r40-TM 12 26 83 4,0 12 5
MT190VB-014Z214R05-26-L083-r05-TM 14 26 83 0,5 14 5
MT190VB-014Z214R05-26-L083-r25-TM 14 26 83 2,5 14 5
MT190VB-014Z214R05-26-L083-r30-TM 14 26 83 3,0 14 5
MT190VB-014Z214R05-26-L083-r40-TM 14 26 83 4,0 14 5
MT190VB-016Z16R05-32-L092-r05-TM 16 32 92 0,5 16 5
MT190VB-016Z16R05-32-L092-r25-TM 16 32 92 2,5 16 5
MT190VB-016Z16R05-32-L092-r30-TM 16 32 92 3,0 16 5
MT190VB-016Z16R05-32-L092-r40-TM 16 32 92 4,0 16 5
MT190VB-018Z18R05-32-L092-r05-TM 18 32 92 0,5 18 5
MT190VB-018Z18R05-32-L092-r25-TM 18 32 92 2,5 18 5
MT190VB-018Z18R05-32-L092-r30-TM 18 32 92 3,0 18 5
MT190VB-018Z218R05-32-L092-r40-TM 18 32 92 4,0 18 5
MT190VB-020Z20R05-38-L104-r05-TM 20 38 104 0,5 20 5
MT190VB-020Z20R05-38-L104-r25-TM 20 38 104 2,5 20 5
MT190VB-020Z20R05-38-L104-r30-TM 20 38 104 3,0 20 5
MT190VB-020Z20R05-38-L104-r40-TM 20 38 104 4,0 20 5

*At will all mills except corner radius.

*Bo3moxHO uzzomosneHue ¢pes 6e3 paduyca.

SKIF-M
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190VB

Endmills for machining titanium alloys

LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
TUTaHOBbIX CNJ1aBOB

shortcut length of cut

MT190VBE-Z YKOpOYeHHasi pexyuwasi Yyacmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L H r d z

MT190VBE-006Z06R05-10-L080-r05-TM 6 10 80 38 0,5 6 5
MT190VBE-008Z08R05-12-L100-r05-TM 8 12 100 48 0,5 8 5
MT190VBE-008Z08R05-12-L100-r25-TM 8 12 100 48 2,5 8 5
MT190VBE-010Z10R05-14-L100-r05-TM 10 14 100 48 0,5 10 5
MT190VBE-010Z10R05-14-L100-r25-TM 10 14 100 48 2,5 10 5
MT190VBE-010Z10R05-14-L100-r30-TM 10 14 100 48 3,0 10 5
MT190VBE-010Z10R05-14-L100-r40-TM 10 14 100 48 4,0 10 5
MT190VBE-012Z12R05-16-L130-r05-TM 12 16 130 57 0,5 12 5
MT190VBE-012Z12R05-16-L130-r25-TM 12 16 130 57 2,5 12 5
MT190VBE-012Z12R05-16-L130-r30-TM 12 16 130 57 3,0 12 5
MT190VBE-012Z12R05-16-L130-r40-TM 12 16 130 57 4,0 12 5
MT190VBE-014Z14R05-16-L130-r05-TM 14 16 130 57 0,5 14 5
MT190VBE-014Z14R05-16-L130-r25-TM 14 16 130 57 2,5 14 5
MT190VBE-014Z14R05-16-L130-r30-TM 14 16 130 57 3,0 14 5
MT190VBE-014Z14R05-16-L130-r40-TM 14 16 130 57 4,0 14 5
MT190VBE-016Z16R05-20-L150-r05-TM 16 20 150 80 0,5 16 5
MT190VBE-016Z16R05-20-L150-r25-TM 16 20 150 80 2,5 16 5
MT190VBE-016Z16R05-20-L150-r30-TM 16 20 150 80 3,0 16 5
MT190VBE-016Z16R05-20-L150-r40-TM 16 20 150 80 4,0 16 5
MT190VBE-018Z18R05-20-L150-r05-TM 18 20 150 80 0,5 18 5
MT190VBE-018Z18R05-20-L150-r25-TM 18 20 150 80 2,5 18 5
MT190VBE-018Z18R05-20-L150-r30-TM 18 20 150 80 3,0 18 5
MT190VBE-018Z18R05-20-L150-r40-TM 18 20 150 80 4,0 18 5
MT190VBE-020Z20R05-30-L150-r05-TM 20 30 150 80 0,5 20 5
MT190VBE-020Z20R05-30-L150-r25-TM 20 30 150 80 2,5 20 5
MT190VBE-020Z20R05-30-L150-r30-TM 20 30 150 80 3,0 20 5
MT190VBE-020Z20R05-30-L150-r40-TM 20 30 150 80 4,0 20 5

*At will all mills except corner radius.

*Bo3moxHO uzeomosnieHue ¢pes 6e3 paduyca.

CKno-M
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Milling Tools for aerospace industry

MT190VB

Endmills for machining titanium alloys

LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
TUTaHOBbIX CNJ1aBOB

L

long length of cut

MT190VB-Z yONuHeHHas1 pexywasi Yyacmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L r d

MT190VB-006Z06R05-30-L080-r05-TM 6 30 80 0,5 6
MT190VB-008Z08R05-40-L100-r05-TM 8 40 100 0,5 8
MT190VB-008Z08R05-40-L100-r25-TM 8 40 100 2,5 8

MT190VB-010Z10R05-40-L100-r05-TM

10 40 100 0,5 10

MT190VB-010Z10R05-40-L100-r25-TM

10 40 100 2,5 10

MT190VB-010Z10R05-40-L100-r30-TM

10 40 100 3,0 10

MT190VB-010Z10R05-40-L100-r40-TM

10 40 100 4,0 10

MT190VB-012Z12R05-45-L130-r05-TM

12 45 130 0,5 12

MT190VB-012Z12R05-45-L130-r25-TM

12 45 130 2,5 12

MT190VB-012Z12R05-45-L130-r30-TM

12 45 130 3,0 12

MT190VB-012Z12R05-45-L130-r40-TM

12 45 130 4,0 12

MT190VB-014Z14R05-45-L130-r05-TM

14 45 130 0,5 14

MT190VB-014Z14R05-45-L130-r25-TM

14 45 130 2,5 14

MT190VB-014Z14R05-45-L130-r30-TM

14 45 130 3,0 14

MT190VB-014Z14R05-45-L130-r40-TM

14 45 130 4,0 14

MT190VB-016Z16R05-65-L150-r05-TM

16 65 150 0,5 16

MT190VB-016Z16R05-65-L150-r25-TM

16 65 150 2,5 16

MT190VB-016Z16R05-65-L150-r30-TM

16 65 150 3,0 16

MT190VB-016Z16R05-65-L150-r40-TM

16 56 150 4,0 16

MT190VB-018Z18R05-65-L150-r05-TM

18 65 150 0,5 18

MT190VB-018Z18R05-65-L150-r25-TM

18 65 150 2,5 18

MT190VB-018Z18R05-65-L150-r30-TM

18 65 150 3,0 18

MT190VB-018Z18R05-65-L150-r40-TM

18 65 150 4,0 18

MT190VB-020Z20R05-65-L150-r05-TM

20 65 150 0,5 20

MT190VB-020Z20R05-65-L150-r25-TM

20 65 150 2,5 20

MT190VB-020Z20R05-65-L150-r30-TM

20 65 150 3,0 20

MT190VB-020Z20R05-65-L150-r40-TM

20 65 150 4,0 20

ala|lo|la|la|la|lao|la|la|la|l;o|la|la|l;o|l;o|ja|la ;o |j;a|la ;o l;a|;o|a|;a ;o |a]|N

*At will all mills except corner radius.

*Bo3moxHO uzzomosneHue ¢pes 6e3 paduyca.

SKIF-M
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT100V

Ball nose endmills for machining titanium alloys
LlenbHOTBepAaocnnaBHble chepuyeckme KoHueBble ppesbl Ans

00paboOTKM TUTAHOBLIX CMJ1aBOB

a) ko)
a
L
regular length of cut
MTlOOV'Z HOopMmalibHasi pexywass 4acmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L d z
MT100V-006Z06R05-13-L057-TM 6 13 57 6 5
MT100V-008Z08R05-16-L063-TM 8 16 63 8 5
MT100V-010Z10R05-22-L072-TM 10 22 72 10 5
MT100V-012Z12R05-26-L083-TM 12 26 83 12 5
MT100V-014Z14R05-26-L083-TM 14 26 83 14 5
MT100V-016Z16R05-32-L092-TM 16 32 92 16 5
MT100V-018Z18R05-32-L092-TM 18 32 92 18 5
MT100V-020Z20R05-38-L104-TM 20 38 104 20 5
L
a
a
H

shortcut length of cut, extended reach

MTlOOVE'Z YKOpoO4YeHHasi pexyuwass 4Yacmb, ydnuueHHaﬂ pa6oqaﬂ OnuHa

Code key Dimensions,mm Pa3mepbi,MM

O6o3Ha4yeHune D a L H d z
MT100VE-006Z06R05-10-L080-TM 6 10 80 38 6 5
MT100VE-008Z08R05-12-L100-TM 8 12 100 48 8 5
MT100VE-010Z10R05-14-L100-TM 10 14 100 48 10 5
MT100VE-012Z12R05-16-L130-TM 12 16 130 57 12 5
MT100VE-014Z14R05-16-L130-TM 14 16 130 57 14 5
MT100VE-016Z16R05-20-L150-TM 16 20 150 80 16 5
MT100VE-018Z18R05-20-L150-TM 18 20 150 80 18 5
MT100VE-020Z20R05-25-L150-TM 20 25 150 80 20 5

CKno-M

SKIF-M
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SKIF-M high Speed cutting milling tools for an aerospace industry




SKIF-M milling tools for high speed
cutting Aluminium alloys

®pesbl CKUD-M nns BbICOKOCKOPOCTHOM
00paboTKM asTloOMUHUE8bIX Cr/1aso8

Mills for high speed cutting of system
“AD19”
e cutting speed up to 5000 m/min
e wide range of corner radius options
e long edge spiral flutes mills
e range of diameters from 25mm up to
125mm
» the maximal productivity makes 14000
cubic centimeter per minute

®pe3bl 05151 8bICOKOCKOPOCMHOU
obpabomku cucmembi “AD19”
e CkopocTtb pesaHus go 5000 m/MuH

Mills for high speed cutting of system
* MakcnmanbHas Npou3BoaUTESTbHOCTb “AD10”
14000 cm3/mMuH « cutting speed up to 3500 m/min
e wide range of corner radius options
e range of diameters from 16mm up to
100mm

®Ppe3bi 05151 8bICOKOCKOPOCMHOU
obpabomku cucmembi “AD10”

Long edge drilling end mills

e cutting speed up to 5000 m/min

depth of cut up to 100mm

drilling design

range of diameters from 32mm up to 50mm
the maximal productivity makes 16000 cubic
centimeter per minute

KoHuyeenbie ¢ppesbi-ceepnia

e CkopocTtb pesaHus go 5000 m/MuH
rny6uHa pe3aHusi do 100mm
B03MOXHOCTb CcBeprieHus

[vana3oH guameTtpoB oT 32mMM 40 50MMm
MakcnmanbHas nponssoguTesibHocTb 16000
cM3/MUH




SKIF-M milling tools for high speed
cutting Aluminium alloys

®pesbl CKUD-M pns BbICOKOCKOPOCTHOM
00paboTKM asTloMUHUE8bIX Cr1/1as08

End mills with the mechanism Balancing
uptoaclass G2,5

e cutting speed up to 5000 m/min

e opportunity of balancing after
replacement of inserts and screws

e range of diameters from 25mm up to
50mm

* the maximal productivity makes 15000
cubic centimeter per minute

KoHuyeebie cppe3sbl C MexaHU3MOM
6anaHcuposku do knacca 52,5

High speed machining of pockets and

chamfer

Material: AA7075

Tool: SKIF-M drilling endmill
MT190B-050H100AR02AD19-IK-AL-

HSC
D =50mm
Ze =2

Inserts: ADHX190440FR-AL HWN15
ADHT10T304FR-AL HWN15

e Cutting speed, Vc=3140 m/min

n = 20000 RPM

Milling

e Feed, Vf =6800 mm/min

e Depth of cut, ap =24 mm

e Width of cut, ae = 50 mm

* Q=28160 cm3/min

BbicokockopocmHoe ¢hpesepoeaHue
KapMaHoe U nepeMeHHbIX MasloK
Mamepuan: AA7075
UHcmpymeHm: KOHUesass mopy080-
yunuHopuYeckas ppesa-ceepsio
MT190B-050H100AR02XD19-IK-AL-HSC
D = 50mm
Ze=2
lMnacmuHbl: ADHX190440FR-AL HCN10
ADHT10T304FR-AL HCN10
» CkopocTb pe3aHus, Vc = 3140 m/MyH
n = 20000 o6/MuH
e [lopgava, Vf = 6800 MM/MUH
» [nybuHa pesaHus, ap = 24mm
e LUwnpuHa dpesepoBaHus, ae = 50mm
(nas)
e Q=28160 cm3/MuH




Milling Tools for aerospace industry

MT290...AL
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Square shoulder facemills for machining aluminum alloys
TopuoBble chpesbl Ana oo6padboTkm antoMUHUEBLIX CN1aBoOB

MT 290...XD19-IK-AL-HSC

*Suitable for ramping.
*Best productivity in machining Aluminum alloys from aerospace details.
*Over 1000 m/min it is necessary a complete system, tool mounting and cutting
tool, as one unit according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to 5000 m/min;

- with inserts XDHT19... for cutting speed up to 2000 m/min.

*LWwnpokmin cnektp CMI ¢ paguycamm ot 0,4 go 5,0 mm.

*CKOPOCTb pe3aHusi:

- ans ppes ncnonuHermss HSC ¢ CMIM XDHX19... no 5000 m/MuH;

- ans dppes ¢ CMIM XDHT19... - go 2000 M/MUWH.

*Mpu HasHayeHUn ckopocTy pe3aHus cebiwe 1000 M/MUH Nepe ycTaHOBKOW dpesbl
Ha CTaHOK HeoGXoAuMa AononHWUTENbHasi GanaHcuMpoBka pesbl COBMECTHO C
onpaskov no knaccy G2,5 ISO 1940.

for high speed cutting up to 5000 m/min
8bICOKOCKOPOCMHoOe pe3aHue do 5000 m/MuH

D

Depth of cut up to 18 mm
my6buHa pe3aHus ao 18 mm

Code key Dimensions,mm Pa3mepbl,MM | nmax él Q on i
O6o3HaueHune D a L H d| z [ rReM| kg Kon. é
MT290-050A22R04XD19-IK-AL-HSC| 50 18 20 50 22 4 |31900( 0,3 4
MT290-063A22R05XD19-IK-AL-HSC| 63 18 20 50 22 5 |28500( 0,5 5
MT290-080A27R06XD19-IK-AL-HSC| 80 18 22 50 27 6 |[20000( 0,9 | XDHX1904...FR-AL 6 T400955-15A| 7015-T
5,0Nm
MT290-100A32R07XD19-IK-AL-HSC| 100 18 25 50 32 7 |17000| 1,3 7
MT290-125A40R08XD19-IK-AL-HSC| 125 18 27 50 40 8 |14000( 2,5 8
for cutting speed up to 2000 m/min
MT 290...XD19-IK-AL ckopocmb pe3aHusi o 2000 mM/MuH
MT290-050A22R04XD19-1K-AL 50 18 20 50 22 4 121600| 0,3 4
MT290-063A22R05XD19-IK-AL 63 18 20 50 22 5 |18800( 0,5 5
MT290-080A27R06XD19-IK-AL 80 18 22 50 27 6 |[16400( 0,9 | XDHT1904...FR-AL 6 T400955-15A] 7015-T
6,0 Nm
MT290-100A32R07XD19-IK-AL 100 18 25 50 32 7 |14500| 1,3 7
MT290-125A40R08XD19-IK-AL 125 18 27 50 40 8 |12800( 2,5 8
d
*|t offers a wide range of corner radius options, especially for aerospace details.
*Cutting speed up to 3500 m/min.
*Over 1000 m/min it is necessary a complete system, mounting tool and cutting
tool, as one unit according the G2,5 nach ISO 1940 balanced
I
*LWwnpokumin cnektp CMIM ¢ paguycamm ot 0,2 o 5,0 mm
*CkopocTb pe3aHusi: o 3500 M/MuH ©
*Mpu HazHa4eHun ckopocTu pe3aHus cBbille 1000 M/MUH Nepes yCcTaHOBKOW dpesbl
Ha CTaHOK Heobxoauma fononHuTenbHasi GanaHcMpoBka pesbl COBMECTHO C D

MT 290...AD10-IK-AL

onpaskow no knaccy G2,5 ISO 1940

for high speed cutting up to 3500 m/min
8bICOKOCKOPOCMHoOe pe3aHue do 3500 m/MuH

Depth of cut up to 10 mm
my6buHa pe3aHus ao 10 mm

Code key Dimensions,mm Pasmepbl,MM Nmax E' & No. \
O603Ha4YeHune D a L H d Z | RPM | kg ﬂ Kon. é J
MT290-040A16R04AD10-IK-AL| 40 10 19 50 16 4 |35500( 0,2 4
MT290-050A22R05AD10-IK-AL| 50 10 20 50 22 5 |[31800( 0,3 5
MT290-063A22R06AD10-IK-AL| 63 10 20 50 22 6 |28300( 0,5 AR IS AR RHA 6 T250555-8A( 7008-TP
ADKT10T3...FR-AL 18Nm
MT290-080A27R08AD10-IK-AL| 80 10 22 50 27 8 |[25100( 0,9 8
MT290-100A32R10AD10-IK-AL| 100 | 10 25 50 32 | 10 [22500] 1,3 10
SKIF-M CKU®D-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB
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MT190...AL
Endmills for machining aluminum alloys
KoHueBble dhpe3bl Ana oo6padboTkmn antoMUHUEBLIX CMNaBOB

*Suitable for ramping
*|t offers a wide range of corner radius options, especially for aerospace details.
*Over 1000 m/min it is necessary a complete system, tool mounting and cutting
tool, as one unit according the G2,5 class ISO 1940 is balanced
*Two performances:
- with inserts XDHX19... for high cutting speed up to 5000 m/min
- with inserts XDHT19... for cutting speed up to 2000 m/min 1

*BO3MOXHO KOCOe OCeBOe BpesaHue

*Wwupokumin cnektp CMIM ¢ paguycamm ot 0,4 o 5,0 mm

*CKOpOCTb pe3aHusi:

- ansa dpes ucnonHermss HSC ¢ CMIM XDHX19... go 5000 m/MuH T

- ansa dpe3 ¢ CMIN XDHT19... - go 2000 m/MuH o]
*Mpu HasHayeHnn ckopocTun pe3danus cebie 1000 M/MUH Nepen ycTaHOBKOM dpesbl Ha

CTaHOK HeoGXoAvMa AononHWTeNbHasi 6anaHcupoBka peabl COBMECTHO C OMpaBKoii No D

knaccy G2,5 ISO 1940

for high speed cutting up to 5000 m/min Straight shank cylindrical
MT 190-Z.. XD19-IK-AL-HSC 8bICOKOCKOpPOCMHoOe pe3aHue do 5000 mM/MuH XBoCTOBMK - uunuugpudeckunn DIN 1835 A

Code key Dimensions,mm Pa3mepbl,MM | nmax [’j Q No. é T,
O6o03HavYeHne D a H L d Z | RPM | kg Kon. _

MT190-025Z25R02XD19-L125-IK-AL-HSC | 25 18 50 | 125 25 2 ]40000| 0,3 2
MT190-025Z25R02XD19-L200-IK-AL-HSC | 25 18 65 | 200 25 2 |24400| 0,6 2
MT190-032Z32R03XD19-L150-IK-AL-HSC | 32 18 50 | 150 32 3 |35000]| 0,6 3 g
MT190-032Z32R02XD19-L200-IK-AL-HSC | 32 18 80 | 200 32 2 |27200| 0,7 XDHX1904.. FR-AL 2 é 7015-T
MT190-040Z32R03XD19-L150-K-AL-HSC | 40 | 18 | 50 [150 | 32 | 3 [33500| 0,7 3 8 28I
MT190-040Z40R03XD19-L200-IK-AL-HSC | 40 18 80 | 200 | 40 3 |31000( 0,9 3 C
MT190-050Z32R04XD19-L150-IK-AL-HSC | 50 18 50 | 150 32 4 131900]| 1,2 4
MT190-050Z40R04XD19-L200-IK-AL-HSC | 50 18 90 | 200 | 40 4 129900| 1,5 4

for cutting speed up to 2000 m/min Straight shank with drive flat (Weldon)
MT 190-W...XD19-IK-AL ckopocmb pesaHusi 0o 2000 m/muy  XBOCTOBMK - uunuHgpuyeckui tuna “Weldon” DIN 1835 B
MT190-025W25R02XD19-L125-IK-AL 25 18 50 | 125 25 2 ]32000| 0,3 2
MT190-025W 25R02XD19-L.200-IK-AL 25 18 65 | 200 25 2 |17400| 0,6 2
MT190-032W32R03XD19-L150-IK-AL 32 18 50 | 150 32 3 |27200]| 0,6 3 g
MT190-032W 32R02XD19-L200-IK-AL 32 18 80 | 200 32 2 |21800| 0,7 XDHT1904... FR-AL 2 é 7015-T
MT190-040W32R03XD19-L150-IK-AL | 40 | 18 | 50 [ 150 | 32 | 3 [24900] 0,7 3 g8 |6ONm
MT190-040W40R03XD19-L200-IK-AL 40 18 80 | 200 40 3 |21800| 0,9 3 "
MT190-050W 32R04XD19-L150-IK-AL 50 18 50 | 150 32 4 121600]| 1,2 4
MT190-050W40R04XD19-L.200-IK-AL 50 18 90 | 200 40 4 120300]| 1,5 4

for cutting speed up to 2000 m/min Straight shank cylindrical
MT 190-Z...XD19-IK-AL ckopocmb pe3zaHusi o 2000 M/MuH XBocToBUK - uunuHgpuyeckum DIN 1835 A
MT190-025Z25R02XD19-L125-1K-AL 25 18 50 | 125 25 2 ]32000| 0,3 2
MT190-025Z25R02XD19-L200-1K-AL 25 18 65 | 200 25 2 |17400| 0,6 2
MT190-032Z32R03XD19-L150-1K-AL 32 18 50 | 150 32 3 |27200]| 0,6 3 g
MT190-032Z32R02XD19-L200-1K-AL 32 18 80 | 200 32 2 |21800| 0,7 XDHT1904... FR-AL 2 é 7015-T
MT190-040Z32R03XD19-L150-IK-AL | 40 | 18 | 50 [ 150 | 32 | 3 [24900] 0,7 3 g8 |6ONm
MT190-040Z40R03XD19-L200-1K-AL 40 18 80 | 200 40 3 |21800| 0,9 3 "
MT190-050Z32R04XD19-L150-1K-AL 50 18 50 | 150 32 4 121600]| 1,2 4
MT190-050Z40R04XD19-L200-1K-AL 50 18 90 | 200 40 4 120300| 1,5 4

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190...AL

=
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Endmills for machining aluminum alloys
KoHueBble dhpe3bl Ana oo6padboTkmn antoMUHUEBLIX CMNaBOB

MT 190-Z...AD10-IK-AL

for high speed cutting up to 3500 m/min
8bICOKOCKOPOCMHoOe pe3aHue do 3500 mM/MuH

*Suitable for ramping

*|t offers a wide range of corner radius options, especially for aerospace details.

*Cutting speed up to 3500 m/min.

*Over 1000 m/min it is necessary a complete system, tool mounting and cutting tool,

as one unit according the G2,5 nach I1ISO 1940 balanced

*Used inserts XDKT11...-T under finishing machining of titanium alloys 1

*BO3MOXHO KOCOe OCeEBOe BpesaHue

*LWwupokmin cnektp CMIM ¢ paguycamm ot 0,2 o 5,0 mm

*CkopocTb pe3aHusi Ao 3500 M/MuUH

*Mpwn HasHayeHun ckopocTu pesaHust cebie 1000 M/MUH nepen ycTaHOBKOWM dopesbl Ha
CTaHOK HeoGXoavMa [oMonHUTENbHas GanaHcMpoBka hpesbl COBMECTHO C ONPaBKoM Mo «
knaccy G2,5 ISO 1940

*CMIM XDKT11...-T npuMeHsitoTCa nNpu YMCTOBOWM 06paboTke TUTaHOBbIX CNNaBoB D

Straight shank cylindrical
XBoCTOBMK - uunuugpudeckunn DIN 1835 A

Code key Dimensions,mm Pa3mepbl,MM | nmax ['i“-l ﬂ" No. é T,

O603HavYeHne D a H L d Z | rRPM | kg Kon.
MT190-016Z16R02AD10-L075-1K-AL 16 10 27 75 16 2 156200| 0,1 2
MT190-016Z16R02AD10-L110-IK-AL 16 10 62 | 110 16 2 149200]| 0,1 2
MT190-018Z18R02AD10-L075-1K-AL 18 10 25 75 18 2 |53000| 0,1 2
MT190-018Z18R02AD10-L110-1K-AL 18 10 60 | 110 18 2 146500| 0,1 2
MT190-019Z18R02AD10-L078-1K-AL 19 10 27 78 18 2 |51600]| 0,2 2
MT190-019Z218R02AD10-L110-IK-AL 19 10 60 | 110 18 2 |45200]| 0,3 2 g
MT190-020Z20R02AD10-L084-1K-AL 20 10 34 84 20 2 |50100( 0,2 | ADHT10T3...FR-AL 2 § 7008-TP
MT190-020Z20R02AD10-L110-IK-AL 20 10 60 | 110 20 2 143900]| 0,3 ADKTI0TS...FR-AL 2 g 1.8Nm
MT190-022Z25R02AD10-L090-1K-AL 22 10 34 90 25 2 |47900]| 0,2 2
MT190-022Z25R02AD10-L110-1K-AL 22 10 54 | 110 25 2 |44500]| 0,3 2
MT190-025Z25R02AD10-L098-1K-AL 25 10 40 98 25 2 |45000| 0,3 2
MT190-025Z25R02AD10-L165-1K-AL 25 10 109 | 165 25 2 |33600| 0,4 2
MT190-025Z25R03AD10-L098-1K-AL 25 10 40 98 25 3 |45000| 0,3 3
MT190-025Z25R03AD10-L165-1K-AL 25 10 109 | 165 25 3 |33600| 0,4 3
MT190-030Z32R03AD10-L112-IK-AL 25 10 50 | 112 32 3 |39800| 0,5 3

SKIF-M CKUNob-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190B...AL —r

Drilling endmills for machining aluminum alloys
KoHueBble hpe3bl-cBepria Ansa oo6paboTku anroMmMHMeBbLIX CNJaBoB

*Effective milling of closed pockets of aerospace

parts made of high-strength aluminum alloys

*Possible plunge cutting d
*Two performances:

- with inserts XDHX19... for high speed cutting up

to 5000 m/min

- with inserts XDHT19... for cutting speed up to

oy

2000 m/min
*Over 1000 m/min it is necessary a complete
system, mounting tool and cutting tool, as one unit 1

according the G2,5 class ISO 1940 is balanced.

*AbhekTMBHOE (hpe3epoBaHme 3aKpbITbiX KOHTYPOB -
aBMaLMOHHbIX [eTanen W3 BbICOKOMPOYHbIX
antoMUHMEBBIX CMaBoB

*BoamoxxHa paboTa ¢ oceBor nogaven

*CkopocCTb pe3aHusi: - Ans gpes ncnonHenmss HSC c
CMIM XDHX19... no 5000 m/mMuH

- ans ppes ¢ CMIM XDHT19... - o 2000 m/MuH

*Mpy HasHa4eHWn ckopocTy pesaHust cabite 1000 M/MuH
nepen ycTtaHoBKOW ¢hpesbl Ha CTaHOK Heobxoanma D
fononHuTensHas 6anaHcvpoBka pesbl COBMECTHO C D

onpagkoi no knaccy G2,5 ISO 1940

for high speed cutting up to 5000 m/min Straight shank cylindrical
MT 190B-Z..XD19-IK-AL-HSC 6LICOKOCKOpPOCmMHoe pesaHue 8o 5000 m/mu+  XBOCTOBMK - uunuHgpudeckunn DIN 1835 A

Code key Dimensions,mm Pa3mepbi,MM | nmax EI »ﬂ‘ No. é T,
O6o3Ha4YeHune D |a H L d|z| rRM | kg Kon. i

MT190B-040Z32R02XD19-L125-IK-AL-HSC| 40 [ 18 | 65 | 125 | 32 | 2 |35700|0,70 2+1 o1t
MT190B-040732R02XD19-L135K-ALHSC| 40 | 18 | 75 | 135 | 32 [ 2 [35700) 0,75 XPFAIMFRAL | 241 | 1400955154 |5.0NM
MT190B-050740R02XD19-L135K-ALHSC| 50 | 18 | 65 | 135 | 40 [ 2 [31900)1,00 ADHTIOTSO4FRAL | 2+2 | 2o o R
MT190B-050Z40R02XD19-L145-IK-AL-HSC| 50 [ 18 | 75 | 145 | 40 | 2 [31900]1,10 242 L8Nm

. . Straight shank with drive flat (Weldon)
for cutting speed up to 2000 m/min
MT 190B-W...XD19-IK-AL  cxopocme pesanus do 2000 m/mun  XBOCTOBMK - uMnuHapuMyeckui Tuna “Weldon” DIN 1835 B

MT190B-040W 32R02XD19-L125-IK-AL 40 | 18| 65 [ 125 | 32 | 2 |24900(0,70 2+1 015.T
MT 190B-040W 32R02XD19-L135-IK-AL 40 | 18| 75 | 135 | 32 | 2 [24900] 0,75 | XDHT1904...FR-AL 2+1 T4009f5-15A 6,0+Nm
MT190B-050W 40R02XD19-L135-IK-AL 50 | 18 | 65 | 135 | 40 | 2 |21600]| 1,00 ADHT10T+304FR-AL 2+2 | T250555-8A |[7008-T
MT190B-050W 40R02XD19-L145-IK-AL 50 |18 | 75 [ 145 | 40 | 2 |21600(1,10 242 1.8 Nm

for cutting speed up to 2000 m/min Straight shank cylindrical

MT 190B-Z...XD19-IK-AL ckopocmb pe3aHusi 0o 2000 M/MUH XBoCTOBMK - uunuugpudeckunn DIN 1835 A
MT190B-040Z32R02XD19-L125-IK-AL 40 | 18| 65 | 125 | 32 | 2 |24900] 0,70 2+1

MT190B-040Z32R02XD19-L135-IK-AL 40 | 18| 75 | 135 | 32 | 2 |24900]0,75 XDHTlgO:‘---FR'AL 2+1 | T400955-15A Z;?ol ij;
MT190B-050Z40R02XD19-L135-IK-AL 50 | 18| 65 | 135 | 40 | 2 |21600( 1,00 | ADHTI0T304FR-AL | 242 T2505+55-8A 700;:_TP
MT190B-050Z40R02XD19-L145-IK-AL 50 | 18| 75 | 145 | 40 | 2 |21600( 1,10 242 L.8Nm

for cutting speed up to 2000 m/min 7/24 taper shank to DIN 69871A
MT 190B-NC...XD19-IK-AL cxopocms pesarus do 2000 m/mun XBOCTOBMK - MeTpUUeCKui KoHyc 7/24 DIN 69871 ®opma A

7015-T

MT190B-040NC40R02XD19-L.178-IK-AL 40 | 18 93 | 178 |NC40| 2 [24900]| 2,00 XDHT1904. FR-AL 2+1 T400955-15A | 6,0 Nm
MT190B-040NC40R02XD19-L.192-IK-AL 40 | 18 | 123 | 192 |NC40| 2 |21800( 2,70 v 2+1 v v

ADHT10T304FR-AL T250555-8A |7008-TP

MT190B-040NC40R02XD19-1282-IK-AL 40 | 18 | 213 | 282 |NC40| 2 |15600( 3,70 2+1 1,8 Nm

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190...AL-B

BanaHcupyemble KoHUeBble chpe3bl A5 oopadboTku

aJlloMMHMeBbLIX CNJ1aBoOB

*Effective milling of closed pockets of aerospace parts made of high-
strength aluminum alloys
*Possible plunge cutting
*After each change of inserts or turn of a cutting edge before installation
on the machine tool repeated balancing of mills is necessary

*The new mechanism of balancing guarantees achievement and
maintenance of class G2,5

*BO3MOXHO KOCOe OCeEBOe BpesaHue

*LWwnpokumin cnektp CMIM ¢ paguycamm ot 0,4 o 5,0 mm

*Mocne kaXaoi CMeHbl NacTUH UK NOBOPOTE PeXyLLEe KPOMKU nepes
yCTaHOBKOW Ha CTaHOK Heo6XoAyMa NoBTopHasi GanaHcupoBka dpesbl
*HoBblii MexaHM3M GanaHCcUMpoBKU rapaHTUpYeT AOCTKEHUE U NoAaepxaHue
knacca G2,5

L =il
N e ( Q

Balanced endmills for machining aluminum alloys

Taper Hollow Shank HSK DIN 69893 Form A
XBOCTOBUK NONbIA KOHUYeckun Tuna HSK

for high speed cutting up to 5000 m/min
MT 190-H63A....XD19-IK-AL-HSC-B 8bICOKOCKOpOCMmHoe pe3aHue 6o 5000 mM/MuH

Code key Dimensions,mm Pasmepbl,MM | nmax ['i“-l w No. é T,
O6o3Ha4YeHue D | a H h | h1] d] Z]| rRPM| kg Kon.
MT190-025H63AR02XD19-H105-IK-AL-HSC-B| 25 18 | 105| 50 79 63 | 2 |45200] 0,45 2
MT190-025H63AR02XD19-H115-IK-AL-HSC-B| 25 18 1151 63 89 63 | 2 |42300] 0,48 2
MT190-025H63AR02XD19-H135-IK-AL-HSC-B| 25 | 18 | 135 80 | 109 | 63 | 2 |38400| 0,56 2
MT190-025H63AR02XD19-H155-IK-AL-HSC-B| 25 18 | 155| 100 | 129 | 63 | 2 |33900| 0,64 2
MT190-032H63AR02XD19-H115-IK-AL-HSC-B| 32 18 1151 63 79 63 | 2 |40000] 0,50 2
MT190-032H63AR02XD19-H135-IK-AL-HSC-B| 32 | 18 | 135 80 | 109 | 63 | 2 |37500] 0,63 2
MT190-032H63AR02XD19-H155-IK-AL-HSC-B| 32 18 | 155| 100 | 129 | 63 | 2 |34300| 0,75 2 g
MT190-032H63AR03XD19-H115-IK-AL-HSC-B| 32 18 1151 63 89 63 | 3 [40000| 0,50 XDHX1904.. FR-AL 3 é 7015-T
MT190-032H63AR03XD19-H135-IK-AL-HSC-B| 32 | 18 [ 135| 80 [ 109 | 63 | 3 |37500| 0,63 3 § 5,0Nm
MT190-040H63AR03XD19-H115-IK-AL-HSC-B| 40 | 18 | 115]| 63 89 | 63 | 3 |35700] 0,50 3 -
MT190-040H63AR03XD19-H135-IK-AL-HSC-B| 40 | 18 | 135 80 | 109 | 63 | 3 |35700]| 0,53 3
MT190-040H63AR03XD19-H155-IK-AL-HSC-B| 40 | 18 | 155] 100 | 129 | 63 | 3 |33500] 0,73 3
MT190-050H63AR03XD19-H115-IK-AL-HSC-B| 50 | 18 | 115| 63 89 | 63 | 3 |31900( 0,78 3
MT190-050H63AR03XD19-H135-IK-AL-HSC-B| 50 | 18 | 135 80 | 109 | 63 | 3 |31900| 1,10 3
MT190-050H63AR03XD19-H155-IK-AL-HSC-B| 50 | 18 | 155] 100 | 129 | 63 | 3 |31900| 1,40 3
MT190-050H63AR04XD19-H115-IK-AL-HSC-B| 50 18 1151 63 89 63 | 4 |31900] 0,72 4
MT190-050H63AR04XD19-H135-IK-AL-HSC-B| 50 | 18 | 135 80 | 109 | 63 | 4 |31900| 1,02 4
MT190-050H63AR04XD19-H155-IK-AL-HSC-Bf 50 | 18 | 155| 100 | 129 | 63 | 4 |[31900f 1,33 4

Balancing Balancing Balancing screwdriver

equipment screw Kniou

BanaHCcUMpPOBOYHbLIN BuHT 6anaHcUpoOBKHU
anemMeHT 6anaHcUpoOBKHU
X
» N

B510805 H600500-30 7003H

SKIF-M CKUNob-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB
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Balanced endmills for machining aluminum alloys
BanaHcupyemMble KoHUeBble chpe3bl A5 oopadboTku
antoMUHUEBbLIX CNNaBoB

*Effective milling of closed pockets of aerospace parts made of high-
strength aluminum alloys

*Possible plunge cutting

*After each change of inserts or turn of a cutting edge before installation
on the machine tool repeated balancing of mills is necessary

*The new mechanism of balancing guarantees achievement and
maintenance of class G2,5

*BO3MOXHO KOCOe OCeBOe BpesaHue

*LWwnpokmin cnektp CMIM ¢ paguycamm ot 0,4 o 5,0 mm

*Mocne kaXaoi CMeHbl NacTUH UK NOBOPOTE PeXyLLEe KPOMKU nepes
YCTaHOBKOW Ha CTaHOK Heo6XoAVMa NoBTopHasi GanaHcupoBka dpesbl

*HoBbIi MexaHu13M 6anaHCMPOBKM rapaHTUpYeT AOCTUXKEHWE 1 NoAAepKaHue

knacca G2,5

hl

L

©
i
1

Taper Hollow Shank HSK DIN 69893 Form A
XBOCTOBMK NONbIA KOHUYeckun Tuna HSK

for cutting speed up to 2000 m/min

MT 190-H63A...XD19-IK-AL-B ckopocmb pe3aHusi o 2000 mM/MuH

Code key Dimensions,mm Pasmepbl,Mmm Nmax ﬁ Q No. é T,
O6o3Ha4YeHue D | a H h | hi| d| Z]| rRPM | kg Kon.
MT190-025H63AR02XD19-H105-IK-AL-B| 25 18 | 105| 50 79 63 | 2 |35000(0,45 2
MT190-025H63AR02XD19-H115-IK-AL-B| 25 | 18 | 115| 63 89| 63 | 2 |32700]|0,48 2
MT190-032H63AR02XD19-H115-IK-AL-B | 32 18 1151 63 79 63 | 2 |29100(0,50 2
MT190-032H63AR02XD19-H135-IK-AL-B| 32 18 | 1351 80 | 109| 63 | 2 |27200]0,63 2
MT190-032H63AR03XD19-H115-IK-AL-B| 32 18 115| 63 89 63 | 3 [29100(0,50 3 é
MT190-032H63AR03XD19-H135-IK-AL-B| 32 18 | 135| 80 | 109| 63 | 3 |27200| 0,63 | XDHT1904...FR-AL| 3 §I 7015-T
MT190-040H63AR03XD19-H115-IK-AL-B | 40 18 115| 63 89 63 | 3 [24900(0,50 3 g 6.0Nm
MT190-040H63AR03XD19-H135-IK-AL-B| 40 | 18 | 135| 80 | 109| 63 | 3 (24900 0,53 3
MT190-050H63AR03XD19-H115-IK-AL-B| 50 | 18 | 115| 63 89| 63 | 3 |21600|0,78 3
MT190-050H63AR03XD19-H155-IK-AL-B| 50 | 18 | 155| 100 | 129| 63 | 3 [(21600| 1,40 3
MT190-050H63AR04XD19-H115-IK-AL-B| 50 18 1151 63 89 63 | 4 |21600(0,72 4
MT190-050H63AR04XD19-H155-IK-AL-B| 50 18 | 155 100 | 129| 63 | 4 |21600]1,33 4

Balancing Balancing Balancing screwdriver

equipment screw Kniou

BanaHCcUMpPOBOYHbLIN BuHT 6anaHcUpoOBKHU
anemMeHT 6anaHcUpoOBKHU
» il ™

B510805 H600500-30 7003H

CKUNob-M SKIF-M



Milling Tools for aerospace industry

MT190...AL-B

Balanced endmills for machining aluminum alloys
BanaHcupyemble KoHUeBble chpe3bl A5 oopadboTku

aJlloMMHMeBbLIX CNJ1aBoOB

MT 190-H...AD10-IK-AL-B

T

*Effective milling of closed pockets of aerospace parts made of high-

strength aluminum alloys
*Possible plunge cutting

*After each change of inserts or turn of a cutting edge before installation
on the machine tool repeated balancing of mills is necessary
*The new mechanism of balancing guarantees achievement and

maintenance of class G2,5

*B0o3MOXHO KOCOe oceBoe Bpe3aHune

*LWwnpokmin cnektp CMIM ¢ paguycamm ot 0,4 o 5,0 mm
*Mocne kaxaoi CMeHbl MacTUH UMK NOBOPOTE PeXyLLEe KPOMKU nepes
YCTaHOBKOW Ha CTaHOK Heo6XoAyMa NoBTopHasi GanaHcupoBka dpesbl
*HoBblii MexaHWM3M GanaHCcMpoBKU rapaHTUPYeT AOCTKEHUE U NoAaepxxaHue

knacca G2,5

for high speed cutting up to 3500 m/min
8bICOKOCKOPOCMHoOe pe3aHue do 3500 m/MuH

.. '/ \% g
.da

Taper Hollow Shank HSK DIN 69893 Form A
XBOCTOBUK NosbIii KoHMYeckun Tuna HSK

Code key Dimensions,mm Pasmepbl,MM Nmax ﬁ ﬁ‘ No. ﬁ -
O6o3Ha4yeHue D a H h | hl d Z | RPM| kg Kon.
MT190-025H63AR02AD10-H115-IK-AL-B | 25 10 115 | 63 89 63 2 |42000] 0,48 2
MT190-025H63AR03AD10-H105-IK-AL-B | 25 10 105 | 50 79 63 3 |45000| 0,45 3
MT190-025H63AR03AD10-H115-IK-AL-B | 25 10 115 | 63 89 63 3 |42000| 0,48 3
MT190-032H63AR03AD10-H115-IK-AL-B | 32 10 115 | 63 89 63 3 |39700| 0,57 3
<
MT190-032H63AR04AD10-H115-IK-AL-B | 32 10 115 | 63 89 63 4 139700| 0,50 3 z
IADHT10T3...FR-AL 3 7008-TP
MT190-032H63AR04AD10-H135-IK-AL-B | 32 10 135 | 80 | 109 | 63 4 |37200] 0,63 |ADKT10T3..FR-AL| 3 2 1,8 Nm
N
MT190-040H63AR03AD10-H115-IK-AL-B | 40 10 115 | 63 89 63 3 |35500| 0,62 3 i
MT190-040H63AR04AD10-H115-IK-AL-B | 40 10 115 | 63 89 63 4 |35500| 0,60 4
MT190-040H63AR04AD10-H135-IK-AL-B | 40 10 135 | 80 | 109 63 4 |35500( 0,70 4
MT190-050H63AR03AD10-H115-IK-AL-B | 50 10 115 | 63 89 63 3 |31800| 0,94 3
MT190-050H63AR05AD10-H115-IK-AL-B | 50 10 115 | 63 89 63 5 |31800| 0,90 5
MT190-050H63AR05AD10-H155-IK-AL-B | 50 10 155 | 100 | 129 | 63 5 |31800| 1,03 5
Balancing Balancing Balancing screwdriver
equipment screw Kniou
BanaHcUpOBOYHbI BuHT 6anaHcupoBKu
anemMeHT 6anaHcUpoOBKHU
' e \
B510805 H600500-30 7003H
SKIF-M CKN®D-M



Ppes3bl anslopumpLoel KppeMaTe pnaroB

MT190B...AL-B
Balanced drilling endmills for machining aluminum alloys
BanaHcupyembie KOHUeBbIe ppes3bl-cBepra Ans

00paboTKM antoMMHNEBLIX CMNJaBOB HSKG3A

*Effective milling of closed pockets of aerospace parts made of high-
strength aluminum alloys

*Possible plunge cutting and drilling

*After each change of inserts or turn of a cutting edge before installation

on the machine tool repeated balancing of mills is necessary

*The new mechanism of balancing guarantees achievement and
maintenance of class G2,5 I

*BdhdekTnBHOE hpe3epoBaHmMe 3aKPbITbIX KOHTYPOB aBUALIMOHHbIX AeTanei n3
BbICOKOMPOYHbIX antoMUHMEBBIX CMI1aBOB

*B03MOXHO KOCOe OCeBOe BpesaHue v CBeprieHne

*Mocne kaxaon CMeHbI MNAcTWH UM NOBOPOTE pPexyLLen KpOMKM nepes
YCTaHOBKOW Ha CTaHOK HeobxoAMMa noBTopHasi 6anaHcmpoBka dpesbl
*HoBbIli MexaH13M 6anaHCMPOBKK rapaHTUpyeT AOCTUXEHUE 1 NoAAEepXaHne
knacca G2,5

for high speed cutting up to 5000 m/min Taper Hollow Shank HSK DIN 69893 Form A
MT 190B-H63A...XD19-IK-AL-HSC-B esicokockopocmroe pesanue do 5000 m/mun  XBOCTOBMK NOnbIi KoHM4eckui Tuna HSK

Code key Dimensions,mm Pa3MmepbI,MM | nmax ﬁ Q 4 No. ﬁl T,
O603HauyeHue D | a H h d|Z| rPM | kg E Kon. i

MT190B-040H63AR02XD19-H115-K-AL-HSC-B| 40 | 18 | 115 | 63 | 63 | 2 |35700] 1,0 2+1
MT190B-040H63AR02XD19-H135-IK-AL-HSC-B| 40 | 18 | 135 | 80 | 63 | 2 |33500] 1,1 2+1 7015-T
MT 190B-040H63AR02XD19-H155-K-AL-HSC-B| 40 | 18 | 155 | 100 | 63 | 2 [31300] 1,2 | XPHX1904..FRAL | 5.1 T4°°955'15A 5‘°+Nm
B
MT190B-050H63AR02XD19-H115-K-AL-HSC-B| 50 | 18 | 115 | 63 | 63 | 2 [31900| 1,2 | ADHT10T308FR-AL | 2+2 | T250555-8A 71028,;”
5 m
MT190B-050H63AR02XD19-H135-IK-AL-HSC-B| 50 | 18 | 135 | 80 | 63 | 2 |29900] 1,3 2+2
MT190B-050H63AR02XD19-H155-IK-AL-HSC-B| 50 | 18 | 155 | 100 | 63 | 2 |27900] 1,4 2+2
for cutting speed up to 2000 m/min
MT 190B-HG63A...XD19-IK-AL-B ckopocmb pesaHusi o 2000 mM/MuH
MT190B-040H63AR02XD19-H115-K-AL-B 40 | 18| 115 | 63 | 63 | 2 |24900] 1,0 2+1
MT190B-040H63AR02XD19-H135-1K-AL-B 40 | 18| 135| 80 | 63 | 2 |[23400( 1,1 2+1 o5t
MT190B-040H63AR02XD19-H155-IK-AL-B 40 | 18| 155] 100 | 63 | 2 |21800| 1.2 | xDHT1904_FRAL | 2+1 [T400955-15A6.0 Nm
+ + +
MT190B-050H63AR02XD19-H115-K-AL-B 50 | 18| 115 | 63 | 63 | 2 |21600| 1.2 | ApuT10T308FRAL | 272 | T250555-8A [7008-TP
1,8N

MT190B-050H63AR02XD19-H135-1K-AL-B 50 | 18| 135 80 | 63 | 2 [20300] 1,3 2+2 8 Nm
MT190B-050H63AR02XD19-H155-1K-AL-B 50 | 18| 155 100 | 63 | 2 |18900] 1,4 2+2

Balancing Balancing Balancing screwdriver

equipment screw Knroy

BanaHcupoBOYHbLIN BuHT 6anaHCUpPOBKHK
aneMeHT 6anaHCUpPOBKHK
' = \
B510805 H600500-30 7003H

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190LB...AL-B -
Balanced long edge spiral flute drilling endmill

for machining aluminum alloys - d -
BanaHcupyemble KOHLUEeBble TOPLOBO-LUITUHOPUNYECKNE
cdpe3bi-cBepna ansa oo6paboTku anroMMHMEBLIX CMNaBoOB

*High spiral flute long edge milling cutter with fully overlapping inserts.
*|t offers a wide range of corner radius options

*After each change of inserts or turn of a cutting edge before installation |
on the machine tool repeated balancing of mills is necessary |
*The new mechanism of balancing guarantees achievement and I
maintenance of class G2,5

*HoBoe nokoneHue pea ¢ nonHeimM nepekpbiTvem CMI Anst BbICOKOCKOPOCTHOTO
KOHLIeBOro chpesepoBaHmsi C OAHOBPEMEHHBIM [IBVKEHMEM MO TPEM KOOpAVHaTaM
*AdpekTBHOE hpesepoBaHme rnyboKMX 3aKpbIThbIX KOHTYPOB aBUALMOHHBIX
feTanel 13 BbICOKOMPOYHbIX antoMUHWEBbIX CMIaBoB

*LWwnpokmin cnektp CMIM ¢ paguycamm ot 0,4 o 5,0 mm

*Mocne kaXaoi CMeHbl NacTUH UK NOBOPOTE PeXyLLEe KPOMKU nepes
YCTaHOBKOW Ha CTaHOK Heo6XoAKMa NoBTopHasi GanaHcupoBka dpesbl

*HoBblii MexaH3m GanaHCcMpoBKY rapaHTUpYeT AOCTKEHUE U NoAaepxaHue 1
knacca G2,5

for high speed cutting up to 5000 m/min Taper Hollow Shank HSK DIN 69893 Form A
MT 190LB-H... XD19-IK-AL-HSC-B esicorockopocmroe pezanue do 5000 m/mun XBOCTOBUK NONIN KOHMYeckuii Tuna HSK
Code key Dimensions,mm Pa3MepbL,MM| nmax ﬁ Q No. Q No. E‘ No. # No. |y
O603HaueHmne D al H{h|d|Zz]| rem | kg Kon Kon Kon. Kon.|
MT190LB-040H100AR02XD19-50HK-AL-HSCB| 40 | 50 |125 | 70 |100|] 2 [31300] 1,20 i 4 i 2 i 1 + . 6+1 E%
[ [ < % z
MT190LB-040H100AR02XD19-70-IK-AL-HSC-B| 40 | 70 |145 | 90 [100| 2 |26800] 1,40 g 6 é‘ 2 § 1 3.3' 8+1 o_°ff
= 0 3 Lol
MT190L B-050H100AR02XD19-704K-AL-HSC-B| 50 | 70 |145 [ 90 [100f 2 [27900] 1,60 S 6 S 2 = 2| 83 [8+2|% 5
I I I oo - 9
MT190LB-050H100AR02XD19-85K-AL-HSC-B| 50 | 85 |155 [100[100| 2 [23900] 2,00 2 8 2 2| 2 2 | £7 ho+2|RR
for cutting speed up to 2000 m/min
MT 190LB-H...XD19-IK-AL-B ckopocmb pe3aHusi 0o 2000 M/MuH
MT190LB-040H100AR02XD19-50-IK-AL-B | 40 | 50 |125 | 70 |100|] 2 [21800] 1,20 i 4 é 2 i 1 :(< 6+1 "E'g
= 1d o 5 % b4
MT190LB-040H100AR02XD19-70-IK-AL-B | 40 | 70 |145 | 90 |100| 2 [18700] 1,40 g 6 g 2 § 1 ;3 8+1 o_‘o—of
E [To gy ©a
MT190L B-050H100AR02XD19-70-K-AL-B [ 50 | 70 |145 | 90 |100{ 2 |18900] 1,60 = 6 = 2| 2 |2 §§ gr2|
I I I S = Q
MT190LB-050H100AR02XD19-85-IK-AL-B | 50 | 85 |155 [100]|100| 2 [16200] 2,00 Q 8 Q 2 2 2 = 10+2 ,9;9
Balancing Balancing Balancing screwdriver
equipment screw Knroy
BanaHCcUMpPOBOYHbLIN BuHT 6anaHcUpoOBKHU
anemMeHT 6anaHcUpoOBKHU
' 5 \
B510805 H600500-30 7003H
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT290L...AL

Long edge milling cutter for machining aluminum alloys
HacagHble TopuoBo-uunuHapuyveckme dpesbl

Ans oopaboTkn antoMUHUEBbIX CMNJ1aBoOB

MT 290L...XD19-IK-AL-HSC

*High spiral flute long edge milling cutter with fully overlapping

inserts.

*|t offers a wide range of corner radius options, especially for

aerospace details.

*Over 1000 m/min it is necessary a complete system, tool mounting
and cutting tool, as one unit according the G2,5 class ISO 1940 is

balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to 5000 m/min
- with inserts XDHT19... for cutting speed up to 2000 m/min

*Wwupokuin cnektp CMIM ¢ paguycamum ot 0,4 pgo 5,0 mm

*CKOpOCTb pe3aHusi:

- ansa dpes ucnonHermss HSC ¢ CMIM XDHX19... go 5000 m/MuH
- ansa dpe3 ¢ CMIN XDHT19... - go 2000 M/MuH
*Mpu HasHayeHnn ckopocTu pesaHus cebiwe 1000 M/MuH nepen
yCTaHOBKOW (ppe3bl Ha CTaHOK HeoGXxoAvMa AOMNONHUTENbHAsA
6anaHcrpoBka chpesbl COBMECTHO C onpaBkoli ro knaccy G2,5 ISO 1940

for high speed cutting up to 5000 m/min
8bICOKOCKOPOCMHoOe pe3aHue do 5000 m/MuH

o

Code key Dimensions,mm Pa3mepbl,MM| nmax ﬁ Q No. Q No. é T3,
O603HaueHue D | a H d | Z | rReM| kg Kon. Kon.
MT290L-050A22R03XD19-36-IK-AL-HSC | 50 36 60 22 3 |31900| 0,3 :F' 3 3:' 3 £
MT290L-063A22R03XD19-50-K-AL-HSC | 63 | 50 | 75 | 22 | 3 |25000] 0,5 g 6 E 3 5 s
MT290L-080A27R04XD19-66-K-AL-HSC | 80 | 66 | 88 | 27 | 4 |20000( 0,9 § 12 § 4 § E
MT290L-100A32R04XD19-85-IK-AL-HSC| 100 | 85 | 105 | 32 | 4 |15000] 1,3 % 16 % 4 .‘8_’ S
MT290L-125A40R05XD19-114-IK-AL-HSC| 125 | 114 | 140 | 40 | 5 |12800| 2,5 R 30 R 5

MT 290...XD19-IK-AL for cutting peed up 10 2000 mimin

MT290L-050A22R03XD19-36-IK-AL 50 | 36 | 60 | 22 | 3 [13000] 0,3 g 3 7 3 .
MT290L-063A22R03XD19-50-IK-AL 63 | 50 | 75 | 22 | 3 |10000| 0,5 g 6 E: 3 5 z
MT290L-080A27R04XD19-66-IK-AL 80 | 66 | 88 | 27 | 4 |8000] 009 g 12 § 4 § i
MT290L-100A32R04XD19-85-IK-AL 100 | 85 | 105 | 32 | 4 |6000]| 1,3 % 16 % 4 .‘8_’ g
MT290L-125A40R05XD19-114-IK-AL 125 | 114 | 140 | 40 | 5 | 5000 | 2,5 S 30 5 5

CKN®-M SKIF-M



Milling Tools for aerospace industry

MT190Z...T -

Plunge facemills for machining titanium and aluminum alloys
TopuoBble hpe3bl Ansa paboTbl C 0ceBon nogadeun
Ana oo6pabdboTkm TUTAHOBLIX U aNlOMUHUEBLIX CNJ1AaBOB

*0Oco60 aghghekmueHoe npumeHeHue Ons T
251y60KUX KapMaHo8

Depth of cut up to 8 mm

MT 290Z-MO..-IK Fny6uHa pe3aHus [0 8 MM
Code key Dimensions,mm Pasmepbl,MM | nmax ﬁ ﬁ No. é -
OGo3HaueHune D a L H d| Z | RV | kg Kon. _

MT290Z-032A16R04MO09-K | 32 | 8 | 19 | 40 | 16 | 4 [27000] 0,1 4
MT290Z-040A16R05MO09-IK | 40 | 8 | 19 | 40 | 16 | 5 [25000] 0,2 T 5 | 1a00755.08| 70087
MT290Z-050A22R06MO09-K | 50 | 8 | 20 | 40 | 22 | 6 [22000[ 0,4 | MOETO9T304FN-AL 6 2,0Nm
MT2902-063A22R07MO09-K | 63 | 8 | 20 | 40 | 22 | 7 |20000| 0,6 7

SKIF-M CKno-M



Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190Z...T -

Plunge endmills for machining titanium and aluminum alloys

s s d

KoHueBble dhpesbl Ans pabdboTbl ¢ oceBon nogaven :
Ansa oo6paboTKn TUTaHOBLIX CMNJIaBOB |
|

. |

*0Oco60 aghghekmueHoe npumeHeHue Ons :

2/1y60KUX KapMaHo8 :

o

-

_I -3

ﬁ*a

Straight shank cylindrical

MT 190Z-Z...MO..-IK XBOCTOBMK - unnuuapuueckuii DIN 1835 A
Code key Dimensions,mm Pasmepbl,MM | nmax ﬁ ﬁ No. -y
O603HaueHne D 2 H L d | z | reM| kg Kon. é ]

MT190Z-016Z16R02MO06-IK | 16 5 90 | 140 | 16 | 2 |24000] 0,3 VR e 2 osesor = 0eLT
MT190Z-020Z20R03M006-IK | 20 | 5 | 130|180 | 20 | 3 |22000 0,3 | MOETO060204FN-AL 3 0,8Nm
MT190Z-025Z20R02MO09-IK | 25 8 | 144|200 | 20 | 2 [20000| 0,4 2
MT190Z-032Z25R04MO09-IK | 32 8 | 144|200 | 25 | 4 [17000| 0,7 ST N 4 || s e
MT190Z-040z32R05MO09-IK | 40 | 8 | 140|200 | 32 | 5 |15000| 1,2 | MOETO9T304FN-AL 5 2,0Nm
MT190Z-050Z32R06MO09-IK | 50 8 | 140|200 | 32 | 6 [14000( 1,3 6

*|t is possibly to design mills with straght shank with drive flat (Weldon).

*BO3MOXHO UCIMOITHEHUE 8cex ¢hpe3 ¢ XxeocmosuK - yunuHopudeckuti muna “Weldon” DIN 1835 B.

c
a 3
©
H
L
Shank SKIF-M*
MT 190Z-G...MO..-IK XBocToBuk CKU®D-M*
Code key Dimensions,mm Pasmepbl,Mmm ﬁ ﬁ No. L
0603HaueHne D a H L |[d1]| n Z | kg Kon. J .
MT190Z-016G08R02MO06-IK 16 5 30 | 48 | M08 | 10 2 | 01 | MOETOBO204EN-T 2 —— 2008-T
MT190Z-020G 10R03MO06-K 20| 5 | 35| 54 |Mw0| 158 | 3 | 02 | MOETOS0204FN-AL | 5 2
MT190Z-025G12R02MO09-IK 25 8 40 | 62 | mM12 | 17 2 | 03 2
MT190Z-032G16R04MO09-IK 32 8 43 | 66 | mM16 | 22 4 | 05 | MOET0O9T304EN-T 4 | T300755-08| 7008-T
MOETO09T304FN-AL 2,0Nm
MT190Z-040G16R05MO09-IK 40 8 45 | 68 | M16 | 22 5 | o7 5

CKno-M SKIF-M



Milling Tools for aerospace industry

MT190VB

Endmills for machining aluminum alloys
LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
antoMUHUEBLIX CNJIaBOB

0o ©
a
L
regular length of cut
MT190VB'Z HOopMmalibHasi pexywass 4acmb
Code key Dimensions,mm Pa3mepbi,MM

O6o3Ha4yeHune D a L r d z
MT190VB-006Z06R03-13-L057-r05-ALM 6 13 57 0,5 6 3
MT190VB-008Z08R03-16-L063-r05-ALM 8 16 63 0,5 8 3
MT190VB-008Z08R03-16-L063-r25-ALM 8 16 63 2,5 8 3
MT190VB-010Z10R03-22-L072-r05-ALM 10 22 72 0,5 10 3
MT190VB-010Z10R03-22-L072-r25-ALM 10 22 72 2,5 10 3
MT190VB-010Z10R03-22-L072-r30-ALM 10 22 72 3,0 10 3
MT190VB-010Z10R03-22-L072-r40-ALM 10 22 72 4,0 10 3
MT190VB-012Z12R03-26-L083-r05-ALM 12 26 83 0,5 12 3
MT190VB-012Z12R03-26-L083-r25-ALM 12 26 83 2,5 12 3
MT190VB-012Z12R03-26-L083-r30-ALM 12 26 83 3,0 12 3
MT190VB-012Z12R03-26-L083-r40-ALM 12 26 83 4,0 12 3
MT190VB-014Z14R03-26-L083-r05-ALM 14 26 83 0,5 14 3
MT190VB-014Z14R03-26-L083-r25-ALM 14 26 83 2,5 14 3
MT190VB-014Z14R03-26-L083-r30-ALM 14 26 83 3,0 14 3
MT190VB-014Z14R03-26-L083-r40-ALM 14 26 83 4,0 14 3
MT190VB-016Z16R03-32-L092-r05-ALM 16 32 92 0,5 16 3
MT190VB-016Z16R03-32-L092-r25-ALM 16 32 92 2,5 16 3
MT190VB-016Z16R03-32-L092-r30-ALM 16 32 92 3,0 16 3
MT190VB-016Z16R03-32-L092-r40-ALM 16 32 92 4,0 16 3
MT190VB-018Z18R03-32-L092-r05-ALM 18 32 92 0,5 18 3
MT190VB-018Z18R03-32-L092-r25-ALM 18 32 92 2,5 18 3
MT190VB-018Z18R03-32-L092-r30-ALM 18 32 92 3,0 18 3
MT190VB-018Z18R03-32-L092-r40-ALM 18 32 92 4,0 18 3
MT190VB-020Z20R03-38-L104-r05-ALM 20 38 104 0,5 20 3
MT190VB-020Z20R03-38-L104-r25-ALM 20 38 104 2,5 20 3
MT190VB-020Z20R03-38-L104-r30-ALM 20 38 104 3,0 20 3
MT190VB-020Z20R03-38-L104-r40-ALM 20 38 104 4,0 20 3

*At will all mills except corner radius.
*Bo3moxHO uzzomosneHue ¢pes 6e3 paduyca.

SKIF-M
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT190VB

Endmills for machining aluminum alloys

LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
anoMMUHUEBLIX CMNaBOB

H

shortcut length of cut, extended reach

MT190VBE-Z YKOpOYeHHasi pexyujasi yacmb, yOnuHeHHasi paboyasi OnuHa

Code key Dimensions,mm Pa3mepbi,MM

O6o3Ha4yeHune D a L H r d z
MT190VBE-006Z06R03-10-L080-r05-ALM 6 10 80 44 0,5 6 3
MT190VBE-008Z08R03-12-L100-r05-ALM 8 12 100 54 0,5 8 3
MT190VBE-008Z08R03-12-L100-r25-ALM 8 12 100 54 2,5 8 3
MT190VBE-010Z10R03-18-L100-r05-ALM | 10 18 100 54 0,5 10 3
MT190VBE-010Z10R03-18-L100-r25-ALM | 10 18 100 54 2,5 10 3
MT190VBE-010Z10R03-18-L100-r30-ALM | 10 18 100 54 3,0 10 3
MT190VBE-010Z10R03-18-L100-r40-ALM | 10 18 100 54 4,0 10 3
MT190VBE-012Z12R03-20-L150-r05-ALM | 12 20 150 80 0,5 12 3
MT190VBE-012Z12R03-20-L150-r25-ALM | 12 20 150 80 2,5 12 3
MT190VBE-012Z12R03-20-L150-r30-ALM | 12 20 150 80 3,0 12 3
MT190VBE-012Z12R03-20-L150-r40-ALM | 12 20 150 80 4,0 12 3
MT190VBE-014Z14R03-20-L150-r05-ALM | 14 20 150 80 0,5 14 3
MT190VBE-014Z14R03-20-L150-r25-ALM | 14 20 150 80 2,5 14 3
MT190VBE-014Z14R03-20-L150-r30-ALM | 14 20 150 80 3,0 14 3
MT190VBE-014Z14R03-20-L150-r40-ALM | 14 20 150 80 4,0 14 3
MT190VBE-016Z16R03-25-L150-r05-ALM | 16 25 150 80 0,5 16 3
MT190VBE-016Z16R03-25-L150-r25-ALM | 16 25 150 80 2,5 16 3
MT190VBE-016Z16R03-25-L150-r30-ALM | 16 25 150 80 3,0 16 3
MT190VBE-016Z16R03-25-L150-r40-ALM | 16 25 150 80 4,0 16 3
MT190VBE-018Z18R03-25-L150-r05-ALM | 18 25 150 80 0,5 18 3
MT190VBE-018Z18R03-25-L150-r25-ALM | 18 25 150 80 2,5 18 3
MT190VBE-018Z18R03-25-L150-r30-ALM | 18 25 150 80 3,0 18 3
MT190VBE-018Z18R03-25-L150-r40-ALM | 18 25 150 80 4,0 18 3
MT190VBE-020Z20R03-30-L150-r05-ALM | 20 30 150 80 0,5 20 3
MT190VBE-020Z20R03-30-L150-r25-ALM | 20 30 150 80 2,5 20 3
MT190VBE-020Z20R03-30-L150-r30-ALM | 20 30 150 80 3,0 20 3
MT190VBE-020Z20R03-30-L150-r40-ALM | 20 30 150 80 4,0 20 3

*At will all mills except corner radius.

*Bo3moxHO uzeomosnieHue ¢pes 6e3 paduyca.

CKno-M
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Milling Tools for aerospace industry

MT190VB

Endmills for machining aluminum alloys
LlenbHOTBEpAoOcCnaBHble KOHUEBbIe (hbpe3bl Ana o6padboTku
antoMUHUEBLIX CNJIaBOB

) °
a
L

long length of cut

MT190VB-Z yONuHeHHas1 pexywasi Yyacmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L r d
MT190VB-006Z06R03-35-L080-r05-ALM 6 35 80 0,5 6
MT190VB-008Z08R03-40-L100-r05-ALM 8 40 100 0,5 8
MT190VB-008Z08R03-40-L100-r25-ALM 8 40 100 2,5 8

MT190VB-010Z210R03-60-L100-r05-ALM 10 60 100 0,5 10

MT190VB-010Z210R03-60-L100-r25-ALM 10 60 100 2,5 10

MT190VB-010Z210R03-60-L100-r30-ALM 10 60 100 3,0 10

MT190VB-010Z210R03-60-L100-r40-ALM 10 60 100 4,0 10

MT190VB-012Z212R03-60-L150-r05-ALM 12 60 150 0,5 12

MT190VB-012Z212R03-60-L150-r25-ALM 12 60 150 2,5 12

MT190VB-012Z212R03-60-L150-r30-ALM 12 60 150 3,0 12

MT190VB-012Z212R03-60-L150-r40-ALM 12 60 150 4,0 12

MT190VB-014214R03-60-L150-r05-ALM 14 60 150 0,5 14

MT190VB-014Z214R03-60-L150-r25-ALM 14 60 150 2,5 14

MT190VB-014214R03-60-L150-r30-ALM 14 60 150 3,0 14

MT190VB-014214R03-60-L150-r40-ALM 14 60 150 4,0 14

MT190VB-016Z16R03-75-L150-r05-ALM 16 75 150 0,5 16

MT190VB-016Z16R03-75-L150-r25-ALM 16 75 150 2,5 16

MT190VB-016Z16R03-75-L150-r30-ALM 16 75 150 3,0 16

MT190VB-016Z16R03-75-L150-r40-ALM 16 75 150 4,0 16

MT190VB-018Z218R03-75-L150-r05-ALM 18 75 150 0,5 18

MT190VB-018Z218R03-75-L150-r25-ALM 18 75 150 2,5 18

MT190VB-018Z218R03-75-L150-r30-ALM 18 75 150 3,0 18

MT190VB-018Z218R03-75-L150-r40-ALM 18 75 150 4,0 18

MT190VB-020Z220R03-80-L150-r05-ALM 20 80 150 0,5 20

MT190VB-020Z220R03-80-L150-r25-ALM 20 80 150 2,5 20

MT190VB-020Z220R03-80-L150-r30-ALM 20 80 150 3,0 20

wlw |w|w|lw|w|lw|lw|lw|lw|w|lw|lw|lw|lw|w|lw|lw|wlew|lw|lw|w|lw|lw|lw|w]|N

MT190VB-020Z220R03-80-L150-r40-ALM 20 80 150 4,0 20

*At will all mills except corner radius.
*Bo3moxHO uzzomosneHue ¢pes 6e3 paduyca.

SKIF-M
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Ppesbl AnsilopumBLoe gppe aTEpPUaNoB

MT100V

Ball nose endmills for machining aluminum alloys
LlenbHOTBepAaocnnaBHble chepuyeckme KoHueBble ppesbl Ans

00paboTKM antoMNHNEBLIX CMNJaBOB

a) ko)
a
L
regular length of cut
MTlOOV'Z HOopMmalibHasi pexywass 4acmb
Code key Dimensions,mm Pa3mepbi,MM
O6o3Ha4yeHune D a L d z
MT100V-006Z06R03-13-L057-ALM 6 13 57 6 3
MT100V-008Z08R03-16-L063-ALM 8 16 63 8 3
MT100V-010Z10R03-22-L072-ALM 10 22 72 10 3
MT100V-012Z12R03-26-L083-ALM 12 26 83 12 3
MT100V-014Z14R03-26-L083-ALM 14 26 83 14 3
MT100V-016Z16R03-32-L092-ALM 16 32 92 16 3
MT100V-018Z18R03-32-L092-ALM 18 32 92 18 3
MT100V-020Z20R03-38-L104-ALM 20 38 104 20 3
L
a
a
H

shortcut length of cut, extended reach

MTlOOVE'Z YKOpoO4YeHHasi pexyuwass 4Yacmb, ydnuueHHaﬂ pa6oqaﬂ OnuHa

Code key Dimensions,mm Pa3mepbi,MM

O6o3Ha4yeHune D a L H d z
MT100VE-006Z06R03-10-L080-ALM 6 10 80 44 6 3
MT100VE-008Z08R03-12-L100-ALM 8 12 100 54 8 3
MT100VE-010Z10R03-18-L100-ALM 10 18 100 54 10 3
MT100VE-012712R03-20-L150-ALM 12 20 150 80 12 3
MT100VE-014714R03-20-L150-ALM 14 20 150 80 14 3
MT100VE-016Z16R03-25-L150-ALM 16 25 150 80 16 3
MT100VE-018Z18R03-25-L150-ALM 18 25 150 80 18 3
MT100VE-020Z220R03-30-L150-ALM 20 30 150 80 20 3

CKno-M
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Technical supplement

Application data for pocket milling

dpesepoBaHue C BpesaHMeM nNpu o6paboTke KapMaHOB

Helical milling
®dpeseposaHue no cnupanu

D r = Insert radius / paguyc nnacTuHbl
O [ = Maximum ramp angle (in relation to tool centre) /
MaKCUMarbHbI yron Bpe3aHusi (0THOCUTCS K ocu ¢hpesbl)
§ /;’170‘3__ | ap[mm] =D x T xtan(O) —
< I{k D{mm] = Bmax _'dlor unm
ap L = min 1
d For flat botton ground / ins nnocko NOBepXHOCTH
Dmax[mm] = Maximum holevdiameter/
MaKkc/MMarbHbI uameTp kapMaHa
Dmax/min » - .
Dmin[mm] = Minimum holg diameter /
DNmaX = Maximum hole“diameter for non flat bottom/ MUHMManbHbIN AnameTp KapMmaHa
MaKcUMarbHbIA AuameTp KapMaHa C HEpPOBHbIM LHOM
dl ADHT10T3.. XDHT / XDHX-19
[mm]
(ON..) | r[mm] |02 (04|08 |12|16|20|25|32[40(50[02|04|08|12|16|20]25]3,2]|4,0]5,0
(XR["] 9°43’| 9°58’| 9°52’| 9°23'| 8°55’| 8°26’| 7°51’| 7°00’| 6°03’
é% D,y 30| 30| 29| 28| 27| 27| 26| 24| 23
D in 18| 18| 18| 18| 18| 18| 18| 18| 18
18 (XR["] 9021’ 9°08’| 8°43’| 8°18'| 7°53'| 7°28'| 6°56’| 6°11’| 5°20°
(35) D, . 34| 34| 33| 32| 31| 31| 30| 28| 27
D 22| 22| 22| 22| 22| 22| 22| 22| 22
(XR["] 8°50’| 8°38’| 8°15’| 7°51’| 7°27'| 7°30’| 6°33’| 5°51'| 5°03'
(:1%3) D, ax 36| 36| 35| 34| 33| 33| 32| 30| 29
D.in 24 | 24| 24 | 24 | 24| 24| 24| 24| 24
5 o [°] 8023'| 8°11’| 7°49'| 7°26'| 7°40’| 6°41’| 6°12'| 5°32'| 4°47’
(38) D, ax 38| 38| 37| 36| 35| 35| 34| 32| 31
D 26 | 26 | 26 | 26| 26 | 26| 26 | 26| 26
55 o [°] 7°35'| 7°25'| 7°50’| 6°44’| 6°23'| 6°30°| 5°37'| 5°10'| 4°20°| _ | 2°10| 2012'| 2016'| 2°21'| 2°26'| 2°31’'| 2°38'| 2°48'| 3°01’| 1°24’
(43) Dmax 42 | 42| 41| 40| 39| 39| 38| 36| 35 § 42 | 42 | 41| 40| 39| 39| 38| 36| 35| 33
Dmin 30| 30| 30| 30| 30| 30| 30| 30| 30| & 32| 32| 32| 32| 32| 32| 32| 32| 32| 31
25 (XR["] 6°39’| 6°30’| 6°12’| 5°54’| 5°36’| 5°18’| 4°55’| 4°23'| 3°47’ E 7°02'| 7°08’| 7°21'| 7°35’| 7°49’| 8°40’| 8°24’| 8°54’| 9°32’| 6°49’
(49) D... 48 | 48 | 47 | 46 | 45| 45| 44| 42| 41 §- 48 | 48 | 47 | 46 | 45 | 45| 44 | 42| 41| 39
Dmin 36 | 36| 36| 36| 36| 36| 36| 36| 36 32| 32| 32| 32| 32| 32| 32| 32| 32| 32
o [°] 4039’ | 4°42'| 4°48'| 4°34'| 4°20°| 4°06’| 3°49'| 3°24’| 2°56’ 4034 4°37'| 4°44'| 4°50’| 4°57’| 5°04’| 5°13'| 5°26'| 5°42’| 3°59’
(gg) Dmax 62| 62| 61| 60| 59| 59| 58| 56 | 55 62| 62| 61| 60| 59 | 59 | 58 | 56 | 55 | 53
Dmin 50| 50| 50| 50| 50| 50| 50| 50 | 50 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46
(XR[O] 3016’ 3°18’| 3°22'| 3°26’| 3°27'| 3°16’| 3°02’| 2°42’| 2°20’ 3047'| 3°49’| 3°53’| 3°57'| 4°02’| 4°06’| 4°12’| 4°20’| 4°30’| 3°20’
(;18) D... 78 | 78 | 77| 76 | 75| 75| 74| 72| 71 78 | 78 | 77| 76 | 75| 75| 74| 72| 71| 69
Dmin 66 | 66 | 66 | 66 | 66 | 66 | 66 | 66 | 66 62 | 62 | 62| 62| 62| 62 | 62 | 62 | 62 | 62
(XR[O] 2026'| 2°27'| 2°30’| 2°32'| 2°34’| 2°36’| 2°25’| 2°09’| 1°51’ 3°01’| 3°02’| 3°05’| 3°08’| 3°11’| 3°13'| 3°17’| 3°22’| 3°28’| 2°13’
(gg) Dmax 98 | 98 | 97 | 96 | 95| 95| 94| 92| 91 98 | 98 | 97| 96 | 95| 95| 94 | 92 | 91 | 89
Dmin 86 | 86| 86| 86| 86| 86| 86 | 86 | 86 81| 81| 81| 81| 81| 81| 81| 81| 81| 81
o [°] 1042'| 1°43'| 1°44’| 1°45'| 1°47’| 1°48’| 1°50'| 1°42’| 1°28’ 2017'| 2018’ 2°20°| 2021'| 2023'| 2°25’| 2°27°| 2°30’| 2°33'| 1°52’
(16235) D... 124 | 124 | 123| 122| 121 121| 120| 118 | 117 124 | 124 | 123 122 121 | 121| 120| 118 | 117 | 115
D.in 112 | 12| 112 | 112 | 112 | 112| 112| 112 | 112 107 | 107| 107 | 107 | 107 | 107 | 107 | 107 | 107 | 107
(XR[O] 1°04’| 1°04’| 1°05’| 1°05’| 1°06’| 1°07’| 1°08’| 1°09’| 1°09’
(18509) Dmax 158 | 158 | 157 | 156 | 155 155| 154 | 152 | 151 158 | 158 | 157 | 156 | 155 | 155 154 | 152 | 151 | 149
D.in 146 | 146 | 146 | 146 | 146 | 146| 146 | 146 | 146 141 | 141 | 141| 141 | 141 | 141 | 141| 141 | 141 | 141
(XR["] 0°50’| 0°50’| 0°51’| 0°51’| 0°52’| 0°52’| 0°53'| 0°54’| 0°55’
(188) Dmax 198 | 198 | 197 | 196 195| 195| 194 | 192 | 191 198 | 198 | 197 | 196 | 195| 195 194 | 192 | 191 | 189
Do 186 | 186 | 186 | 186 186 | 186| 186 | 186 | 186 181 181] 181| 181 181 | 181 | 181 | 181 | 181 | 181
SKIF-M CKUNob-M



TelopmyeBkox pansxeHue

Axial plunging
Ocesoe epesaHue AD10... XD19... XD19...
D (mm) X oy (MM) X o (MM) X o (MM)
r 0,2-4,0 r 0,2-4,0 r5,0
18 2,11 - -
19 2,24 - -
20 2,39 - -
22 2,70 0,70 0,28
25 2,55 2,23 1,45
32 2,40 2,12 1,39
40 2,28 2,38 1,53
50 2,26 2,54 1,57
63 2,10 2,61 1,86
80 1,75
100 1,79
Angled ramping
Yenoeoe spesanue AD10... XD19... XD19... BO12...
D (mm) O[] ol 0[] 0[]
r 0,2-4,0 r 0,2-4,0 r5,0 r 0,8-4,0
18 16° 15’ - - -
19 15° 15’ - - -
20 14° 45 - - -
22 13° 45’ 3030’ 1° 45’ -
25 100 15 11° 00’ 7° 30’ 7° 27
32 6° 45’ 6° 45’ 4° 30’ 5° 00’
40 4° 45 5015’ 3030’ 3042
50 3° 30’ 4° 00’ 2045’ 2° 45
63 2° 30’ 3° 00 2° 15’ 2° 04’
80 1045’ 1° 33’
100 1015 1012’

Maximum depth of cut for finishing

MakcumanbHas 2ny6buHa pe3aHusi npu Yucmoeol o6pabomke

In the time of non-observance of value of maximum depth of cutting at
processing high ledges or deep pockets in the zone of transition from
one pass to another the ledges are formed.

Mpn HecobnoAeHNN BENUYMHBLI MaKCMMarnbHOW rybrHbl pesaHus
npu obpaboTKe BbICOKMX YCTYNOB UMK rMyboknx KapMaHOB B 30He
nepexofda OT OAHOro nNpoxofda K ApyroMy obpasylTcs nepenagpi.

CKno-M

Insert SKIE-M Ins;;tﬂr:dciu? I;nm MDepth of cut up to, gnm
Inecra=lCHIT vl R e
XDHX190402FR-AL 0,2 11,8
XDHX190404FR-AL 0,4 11,6
XDHX190408FR-AL 0,8 11,2
XDHX190420FR-AL 2,0 10
XDHX190425FR-AL 2,5 9,5
XDHX190432FR-AL 3,2 8,8
XDHX190440FR-AL 4,0 8
XDHX190450FR-AL 5,0 7

SKIF-M




PeXumMbl pe3aHusa TUTaHOBLIX cnnaBoB ¢pe3amu CKUD-M
Application data for Titanium milling with SKIF-M milling tools
crninas HCS35 carbide grade

Obo3HayeHune cnnaea Teepaocts| Mpenen nouHoctn| Kc | CkopocTb pesaHus
Titanium Alloys Hardness RmM Cutting speed
HRC N/mm? N/mm? m/min
TI6AIAV (11 6.4) (BT6) 36 1130 2400 48 - 100 (70)
BT20 35 - 70 (45)
BT22 38 1200 3400 24 - 50 (30)
BT23 30- 60 (37)
TilOV2Fe3Al (Ti 10.2.3) 35 1100 3000 22 - 46 (35)
Ti6AI2Sn4Zr2Mo 28 900 1500 50 - 108
Til3V11Cr3Al 40 1270 3400 24 - 50
Ti3AIBV6Cr4dMo4Zr 32 1000 2200 27 - 58
Ti5AI5V5M0o3Cr (Ti 5.5.5.3) 40 1270 3400 24 - 50 (30)
Ti 17 38 1200 2500 44 - 93
Ti4Al4M0o2Sn0,5Si 35 1100 2400 40 - 85

B cko6kax npueedeHa onmumMasibHasi CKOPOCMb Mpu YepPHOBOM ¢hpe3epoeaHuUU ycmyrnoe

mopuyoeo-yunuHopu4yeckumu gppeszamu CKUD-M.

In brackets optimum speed is resulted at roughing sidemilling by SKIF-M long edge endmills.

NMopaya Ha 3y06

Feed pet tooth, mm

MT190...AD10 |MT190...BO12 |[MT245...S009 [MT245...S019
MT290...AD10 [MT190L...SO09
MT190L...AD10{MT290L...SO09

0,08 -0,12 0,08 - 0,14 0,10 - 0,16 0,10 - 0,20

* Mpwn nepudepunHom ppesepoBaHnm unm o6paboTke yCTynoB He peKoMeHayeTCA
Ha3Ha4YyeHue WUPUHLI ppe3epoBaHusa 6onee 33% oT AnameTpa dpes3bl

* HanpaBneHue nogayn npeMmyLLUeCTBEHHO NMONyTHoe.
*Mpwu dpesepoBaHNN NA30B CKOPOCTb pe3aHMA Heobxoaumo cHuxaTtb Ha 10 - 15%.

*Mpwu dpesepoBaHNN NNOCKOCTEN TOPLOBbIMU (hpe3aMu HauBbICLLIAA CTOMKOCTb rapaHTUpyeTcs
npu wmpuHe cpesepoBaHus 60% ot anameTtpa cpesbl.
Oco60 BaXXHO NpUMeHeHne OGUITLHOro oxnaXxaeHus.
Hanbonblwmni acdpchpekT npMHOCUT BHYTpeHHAA noga4va COX B 30Hy pe3aHuA Yepes WNuUHAeNnb
u kopnyc cdpe3 nog gasneHnem 70-110 bar.

* For sidemilling with longe edge endmills de < 0,33D.

* Mainly down milling.

* At milling slots cuttung speed is necessary for reducing on 10 - 15 %.

* For facemilling ae < 0,6D.

Especially important plentiful cooling. The greatest effect is brought with internal cooling through
a spindle under pressure 70-110 bar.
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Germany

WIV Wollbaum
Industrievertretungen
Lortzingring 30

61118 Bad Vilbel

Tel.: +49 6101-541328

Fax: +49 6101-541330
E-mail:wivwollbaum@yahoo.de

India

AVIAPROM Solutions PVT. LTD
1319, Devika Tower Nehru Place,
New Delhi - 110019,

Tel. +91 9891600323

Fax: +91 1146542004

E-mail: arunrana@yahoo.com
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