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Tool Systems

Symbols

Typ Type designation sank | Blank inserts must be equipped with a clearance angle!

03
04 [l

o 1835| Tool shank without clamping surface ihout profle Inselrts without profile, ready for use with clearance
Form A ,_l angle.

Inserts for guard ring slots

pin 1835/ Tool shank with Weldon clamping surface

Form B

Inserts for O-ring slots
DIN 6535| Solid carbide shaft without clamping surface

Form A

O,

DIN | DIN standard

DIN 6535| Solid carbide shaft with Weldon clamping surface 2;;/
Form B
[ ,
o1.45] Inserts with chamfered edges
DIN 6499] Tool with Conical tool shank ﬁ
a>smm] Inserts with chipbreakers from 5 mm cutting width

Tool with tighening thread

Cutter with cross groove

Number of inserts (Polygon Cutter)

For chamfering and deburring

Smallest necessary bore-diameter

Thread depth max.

1 L © W |8

Maximum cutting depth
Edge radius

Internal coolant supply
Full radius

.

Iiz
0

o*

[
C] B8

Formula for Tool Lengths

WKZ = I'GK + LI + I'P‘I (+LP2)
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Slot Milling
A
W Insert holder see page 104-106 X
B Cutting data see page 189
|
without profile A>5mm
Jal®
(- 2\
Type A A D Rake R LP1 LP2 Smax. Number Order No.
mm inch mm Angle mm mm mm mm of teeth
P1210 0,74 .029 9,6 6° 0,1 3,25 0,1 1,2 8
P1210 0,84 .033 9,6 6° 0,1 3,25 0,1 1,2 3
P1210 1 .039 9,6 6° 0,1 3,25 0,1 1,2 3
P1210 1,2 .047 9,6 6° 0,1 3,25 0,1 1,2 3
P1210 1,4 .055 9,6 6° 0,1 3,25 0,1 1,2 8
P1210 1,5 .059 9,6 6° 0,1 3,25 0,1 1,2 3
P1210 1,575 .062 9,6 6° 0,1 3,25 0,1 1,2 3
P12 P1210 1,7 .067 9,6 6° 0,1 3,25 0,1 1,2 3
P1210 2 .079 9,6 6° 0,1 3,75 - 1,2 8
P1210 2,5 .098 9,6 6° 0,1 3,75 - 1,2 3
P1212 1,5 .059 11,7 6° 0,1 3,4 - 2,25 3
P1212 2 .079 11,7 6° 0,15 3,4 - 2,25 3
P1212 2,5 .098 11,7 6° 0,15 3,4 - 2,25 8
P1212 3 118 11,7 6° 0,15 3,55 - 2,25 3
P1212 3,175 125 11,7 6° 0,15 3,75 - 2,25 3
P1616 3,5 .138 16 0° 0,15 4,15 - 3,5 3
P1616 3,5 .138 16 8° 0,15 4,15 - 3,5 3
P1616 3,5 .138 16 12° 0,15 4,15 - 3,5 3
P1616 5 197 16 0° 0,15 5,65 - 3,5 3
P1616 5 197 16 8° 0,15 5,65 - 3,5 3
P1616 5 197 16 12° 0,15 5,65 - 3,5 3
P2525 4 157 25 0° 0,15 4,65 - 5,7 3
P2525 4 157 25 8° 0,15 4,65 - 5,7 3
P2525 4 157 25 12° 0,15 4,65 - 5,7 3
P2525 5 197 25 8° 0,15 5,75 - 5,7 3
P2525 6 236 25 8° 0,15 6,90 - 5,7 3
= P2525 6,35 250 25 8° 0,15 7,15 - 5,7 3

P2525 6,5 256 25 0° 0,15 7,15 - 5,7 3
P2525 6,5 256 25 8° 0,15 7,15 - 5,7 3
P2525 6,5 256 25 12° 0,15 7,15 - 5,7 3
P2525 8 315 25 0° 0,15 8,65 - 5,7 3
P2525 8 315 25 8° 0,15 8,65 - 5,7 3
P2525 8 315 25 12° 0,15 8,65 - 5,7 3
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Slot Milling, Straight Toothed

A
W Insert holder see page 104-106 U &
B Cutting data see page 189
- »
ASS -7
without profile
o %
(- A
Type A A D Rake R LP1 S max. Number Order No.
mm inch mm Angle mm mm mm of teeth
P1616 3,0 118 16,0 6° 0,15 3,53 3,5 6
P1616 3,175 125 16,0 6° 0,05 3,74 3,5 6
P1616 4,0 157 16,0 6° 0,15 4,65 3,5 6
P1616 5,0 197 16,0 6° 0,15 5,65 3,5 6
P1618 1,2 .047 17,7 6° 0,1 4,0 4,0 6
P1618 1,4 .055 17,7 6° 0,1 4,0 4,0 6
P1618 1,5 .059 17,7 6° 0,1 3,9 4,0 6
P1618 1,57 .062 17,7 6° 0,1 3,9 4,0 6
P1618 1,7 .067 17,7 6° 0,1 4,0 4,0 6
P1618 2,0 .079 17,7 6° 0,1 3,9 4,0 6
P1618 2,39 .094 17,7 6° 0,15 4,0 4,0 6
P1618 2,5 .098 17,7 6° 0,15 3,9 4,0 6
P2020 3,0 118 20,0 6° 0,15 3,65 4,2 6
P2020 4,0 157 20,0 6° 0,15 4,65 4,2 6
P2020 5,0 197 20,0 6° 0,15 5,65 4,2 6
P2022 1,4 .055 21,7 6° 0,1 5,0 5,0 6
P2022 1,5 .059 21,7 6° 0,1 5,0 5,0 6
P2022 1,57 .062 21,7 6° 0,1 5,0 5,0 6
P20 P2022 1,7 .067 21,7 6° 0,1 5,0 5,0 6
P2022 2,0 .079 21,7 6° 0,1 5,0 5,0 6
P2022 2,39 .094 21,7 6° 0,15 5,0 5,0 6
P2022 2,5 .098 21,7 6° 0,15 5,0 5,0 6
P2022 3,0 118 21,7 6° 0,15 5,0 5,0 6
P2022 3,175 125 21,7 6° 0,15 5,0 5,0 6
P2022 4,0 157 21,7 6° 0,15 5,0 5,0 6
P2022 5,0 197 21,7 6° 0,15 6,0 5,0 6
P2526 3,0 118 26,0 6° 0,15 3,65 6,2 6
P2526 3,175 125 26,0 6° 0,15 3,7 6,2 6
P2526 4,0 157 26,0 6° 0,15 4,65 6,2 6
P2526 5,0 197 26,0 6° 0,15 6,9 6,2 6
P2526 6,0 236 26,0 6° 0,15 7,15 6,2 6
P2526 6,35 250 26,0 6° 0,15 6,95 6,2 6
P25 P2526 6,5 256 26,0 6° 0,15 7,15 6,2 6

P2528 1,5 .059 27,7 6° 0,1 4,9 6,8 6
P2528 2,0 .079 27,7 6° 0,1 4,9 6,8 6
P2528 2,39 .094 27,7 6° 0,15 4,9 6,8 6
P2528 2,5 .098 27,7 6° 0,15 4,9 6,8 6
P2528 3,0 118 27,7 6° 0,15 4,9 6,8 6
P2528 3,175 125 27,7 6° 0,15 5,0 6,8 6
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Slot Milling, Cross Toothed

W Insert holder see page 104-106
B Cutting data see page 189

<
without profile
=
s a\
Tjas A A D Rake R Lp1 S mox. Number Order No.
mm inch mm Angle mm mm mm of teeth
[Pi6 " ris16 5,0 197 16,0 6° 0,15 5,65 35 6
P2020 5,0 197 20,0 6° 0,15 5,65 4,2 6
P20 P2022 4,0 157 21,7 6° 0,15 5,0 5,0 6
P2022 5,0 197 21,7 6° 0,15 6,0 5,0 6
P2526 5,0 197 26,0 6° 0,15 6,9 6,2 6
e P2526 6,5 256 26,0 6° 0,15 715 6,2 6
P2528 4,0 157 27,7 6° 0,15 59 6,8 6
P2528 5,0 197 27,7 6° 0,15 5,9 6,8 6

.

0 Further stotting widths on request

Circlip Grooves

B With chamfered edge
B Insert holder see page 104-106
B Cutting data see page 189

H
&

DIN
()|la71/ *
472

(- M\
T DIN D Ao t Cx45° R Lp1 Lp2 Number Order No
ype Width 13 mm mm mm mm mm mm mm of teeth _

P1616 1,10 16 1,18 0,50 0,10 0,05 3,15 0,675 6
P1616 1,30 16 1,38 0,85 0,15 0,05 3,15 0,675 6
P1616 1,60 16 1,68 1,00 0,15 0,1 3,15 0,675 6
P1616 1,85 16 1,93 1,25 0,20 0,1 3,15 0,675 6
P2020 1,10 20 1,18 0,50 0,10 0,05 3,15 0,675 6
P2020 1,30 20 1,38 0,85 0,15 0,05 3,15 0,675 6
P2020 1,60 20 1,68 1,00 0,15 0,1 3,15 0,675 6
P2020 1,85 20 1,93 1,25 0,20 0,1 3,15 0,675 6

P20 P2022 1,60 21,7 1,68 1,00 0,15 0,1 4,7 0,45 6
P2022 1,85 21,7 1,93 1,25 0,20 0,1 4,7 0,45 6
P2022 2,15 21,7 2,23 1,50 0,20 0,1 4,7 0,45 6
P2022 2,65 21,7 2,73 1,75 0,20 0,2 4,8 0,35 6
P2526 1,30 26 1,38 0,85 0,15 0,05 3,4 0,425 6
P2526 1,60 26 1,68 1,00 0,15 0,1 3,4 0,425 6
P2526 1,85 26 1,93 1,25 0,20 0,1 3,4 0,425 6

P25 P2526 2,15 26 2,23 1,50 0,20 0,1 3,4 0,425 6
P2526 2,65 26 2,73 1,75 0,20 0,2 4,25 0,575 6
P2526 3,15 26 3,23 1,75 0,20 0,2 4,25 0,575 6
P2526 4,15 26 4,23 2,00 0,20 0,2 6,415 0,560 6
P2526 4,15 26 4,23 2,50 0,20 0,2 6,415 0,560 6 )
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Circlip Grooves

B Without chamfered edge
B Insert holder see page 104-106
B Cutting data see page 189

DIN
O a7/ | | X
472
(- 2\
Type DIN D Ao t R Lp1 Lp2 Number Order No
Width 113 mm mm mm mm mm mm

P1210 0,90 9,6 0,98 1,20 0,05 3,25 0,1 3

2 P1212 1,10 11,7 1,18 0,90 0,05 3,55 - 3
Pl P1212 1,30 11,7 1,38 1,10 0,05 3,55 - 8
P1212 1,60 11,7 1,68 1,00 0,1 3,55 - 3

P1616 1,10 16,0 1,18 0,90 0,05 3,45 - 6

P1616 1,30 16,0 1,38 1,10 0,05 3,45 - 6

P1616 1,60 16,0 1,68 1,25 0,1 3,45 - 6

P1616 1,85 16,0 1,93 1,25 0,1 3,45 - 6

P1618 1,10 17,7 1,18 0,90 0,05 4,0 - 6

P1618 1,30 17,7 1,38 1,10 0,05 4,0 - 6

P1618 1,60 17,7 1,68 1,25 0,1 BEO - 6

P1618 1,85 17,7 1,93 1,25 0,1 4,0 - 6

P2020 1,10 20,0 1,18 0,90 0,05 3,65 - 6

P2020 1,30 20,0 1,38 1,10 0,05 3,65 - 6

P2020 1,60 20,0 1,68 1,25 0,1 3,65 - 6

P20 P2020 1,85 20,0 1,93 1,25 0,1 3,65 - 6
P2022 1,60 21,7 1,68 1,25 0,1 5,0 - 6

P2022 1,85 21,7 1,93 1,25 0,1 5,0 - 6

P2022 2,15 21,7 2,23 1,75 0,1 5,0 - 6

P2022 2,65 21,7 2,73 1,75 0,2 5,0 - 6

P2526 1,30 26,0 1,38 1,10 0,05 3,65 - 6

P2526 1,60 26,0 1,68 1,25 0,1 3,65 - 6

P2526 1,85 26,0 1,93 1,25 0,1 3,65 - 6

P25 P2526 2,15 26,0 2,23 1,75 0,1 3,65 - 6
P2526 2,65 26,0 2,73 1,75 0,2 3,65 - 6

P2526 3,15 26,0 3,23 2,20 0,2 4,55 - 6

P2526 4,15 26,0 4,23 2,50 0,2 6,80 - 6
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Circular Milling Tools with Polygonal Insert Seat

B Inserts see page 100-103
B Cutting data see page 189

L.
1 P
| fCISTSCESCECoIReC ;f@gg% <
2 I
DIN 1835||DIN 1835
FormA || FormB 'H‘ L 5
Y | =l |1 - ]
DIN 6535||DIN 6535
Form A Form B
Spare part No.
S S max.
Type  Order No. Form rencj:)nn‘ﬁ— fn:i r(:r]n Dn;nn:X' (D-d1)/2 mLm rrl;]m Shaft Sdcr':\:r- Screw
mended mm
123619 B 12 12 7,0 1,7 235 675 20 Steel
100228 B 12 12 7,0 1,7 235 675 20 Carbide
171778 A 12 12 7,0 1,7 235 675 20 Carbide
P12 171780 B 12 12 7,0 1,7 235 80 30 Carbide : ]T?é'gé ]”’(‘)27'_;:’;1
171781 A 12 12 7,0 1,7 235 80 30 Carbide
171783 B 12 12 7,0 1,7 235 100 40 Carbide
171784 A 12 12 7,0 1,7 235 100 40 Carbide
123573 B 18 12 9,0 17,7 435 67,4 21 Steel
123577 B 18 12 9,0 17,7 435 67,4 21 Carbide
171787 A 18 12 9,0 17,7 435 67,4 21 Carbide
73 123580 B 18 12 9,0 17,7 4,35 82,4 36 Carbide T8 IP M3x12
171789 A 18 12 9,0 17,7 4,35 82,4 36 Carbide 111656 143158
123584 A 18 12 9,0 17,7 435 100 30 Carbide
123588 A 18 12 12,0 17,7 285 824 - Carbide
123590 A 18 12 12,0 17,7 285 1225 : Carbide
123615 B 22 16 ns 21,7 5,1 80 30 Steel
123616 B 22 16 Mns5 21,7 5,1 80 30 Carbide
620 171794 A 22 16 ns 21,7 5,1 80 30 Carbide ]21]56% ]“g‘;g];;
123617 B 22 16 ns 21,7 5,1 100 50 Carbide
171796 A 22 16 ns 21,7 5,1 100 50 Carbide
174314 A 22 16 155 21,7 3,1 105,5 21 Carbide
123592 B 28 16 136 27,7 7,05 79,6 30,5 Steel
123598 B 28 16 136 27,7 7,05 79,6 30,5  Carbide
171855 A 28 16 13,6 27,7 7,05 79,6 30,5  Carbide
123600 B 28 16 13,6 27,7 7,05 946 455  Carbide
. 171857 A 28 16 13,6 27,7 7,05 94,6 45,5 Carbide 720 IP M5x13,5
123603 B 28 16 136 27,7 7,05 1096 60,5  Carbide 111594 107529
171859 A 28 16 13,6 27,7 7,05 1096 60,5  Carbide
123609 A 28 16 155 27,7 6,1 105 21,5  Carbide
123611 A 28 16 155 27,7 6,1 1495 21,5  Carbide
123613 A 28 20 155 27,7 6,1 178,5 21,5  Carbide

Screw forques max.

107596 T081P 1,0 Nm
143158 TO8IP 1,1 Nm
107597 Ti15IP 3,8 Nm
107529 T201P 55Nm
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Circular Milling Tools for Driven Toolholders

B Inserts see page 100-103
B Cutting data see page 189

Form ER
- L
DIN 1835||DIN 6499
Form A l I
: : Spare part No.
Bore @ S mox
Type  Order No. Form min. elie o s (D-d1)/2 5 o Shaft Scr.ew- Screw
recom- mm mm mm mm mm driver
mended mm
177170 A 12 10 7,0 11,7 2,35 54 8 Steel
T8 IP M2,5x7
P12 177172 ER 16 12 7,0 11,7 2,35 37,5 8 Steel 111656 107596
177173 ER 20 12 7,0 11,7 2,35 47 13 Steel
177174 A 18 10 9,0 17,7 4,35 60 11 Steel
T8 IP M3x12
177176 ER 16 18 9,0 17,7 4,35 41,4 11 Steel 111656 143158
177177 ER 20 18 9,0 17,7 4,35 51 16 Steel
177178 A 22 12 11,5 21,7 5,1 62,4 14,4 Steel
T15 1P M4x13
P20 177180 ER 20 22 11,5 21,7 5,1 49,5 14,5 Steel 111671 107597
177181 ER 25 22 11,5 21,7 5,1 56 19,4 Steel
177182 A 28 16 13,6 27,7 7,05 69,6 20,4 Steel 120 IP M5x13,5
P25 177184 ER 25 28 13,6 27,7 7,05 56 19,4 Steel 111594 107529
177185 ER 32 28 13,6 27,7 7,05 73 30,4 Steel
SCTeW fOl’qUES max.
107596 T81I1P  1,0Nm
143158 T8IP 1,1 Nm
107597 Ti15IP 3,8 Nm
107529 T201P 55Nm

Changing Inserts

Clamp cutter before changing insert. Loosen insert screw. Remove used
insert and clean the insert pocket before clamping new insert.

Please use the appropriate TIP hex key for the tighening of the inserts and
consider the screw tightening torques in the tables.
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Circular Milling Tools with Polygonal Insert Seat

B Inserts see page 100-103
B Cutting data see page 189

SW
< Form A SW Form B
0| = G
= ol =
- 1 ~ o
F——Hf-— 742—“”1(% ol T N
i | =] sy = ©
L e L,
L
;H“ A Please adapt cutting data
M * o to overhangs length Spare part No.
Bore @ .
Type  Order No. Form min- Cl ea - D (D-d1)/2 . L M des P Screwdriver Screw
recommen- mm mm mm mm mm mm m
mm
ded
P12*** 177676 B 12 9,5 - 11,7 1,1 185 - M5 55 5 111656 107596
P16 123586 A 18 9,0 144 17,7 4,35 295 19,5 M8 85 55 111656 143158
P16** 177683 B 18 9,5 - 17,7 4,1 18,5 - M5 55 B 111656 143158
P16*** 177698 B 18 11,0 - 17,7 3,35 18,5 - Mé 6,5 5,0 111656 143158
P20 123618 A 22 11,5 180 21,7 5,1 350 250 MI0O 10,5 5,5 111671 107597
P20** 177734 B 22 11,5 - 21,7 5,1 20,5 - Mé 6,5 5,0 111671 107597
P20*** 177735 B 22 13,5 - 21,7 4,1 20,5 - M8 85 55 111671 107597
P25 123605 A 27 13,6 22,5 27,7 7,05 42,5 295 MI12 12,5 55 111594 107529
P25** 177747 B 27 13,6 - 27,7 7,05 22,6 - M8 85 55 111594 107529
P25*** 177767 B 27 18,0 - 27,7 4,85 22,6 - M10 10,5 55 111594 107529
**  Slim design for thread milling Screw torques max.
*** Reinforced design 107596 T8IP  1,0Nm
143158 T8IP 1,1 Nm
107597 TI15IP 3,8 Nm
107529 T201IP 5,5Nm

Assembling Instructions

B Recommended tightening torque for
screw-in circular milling body

Thread size Wrench size Tightening torque

(M) mm Nm
M5 7 8
Mé 9 10
M8 11 25
M10 15 40
M12 19 60
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Slot Milling

B Insert holder see page 109
B Cutting data see page 189

» mimatic mi
» Driven Tool Holders

mimatic

Tool Systems

e

without profile|
]
-
A D IC Lp1 Srmox. R Order No.
Trpe mm mm mm mm mm mmo [ TINAMATIE
04 2,0 7,9 5,5 2,34 0,35 0,1
03 2,34 10,6 55 2,36 1,6 0,15
3,0 10,6 5,5 3,02 1,6 0,15
3,5 17,5 9,2 3,52 2,6 0,15
02 5,0 17,5 9,2 5,03 2,6 0,15
6,0 17,5 9,2 6,02 2,6 0,15
o 4,0 23,0 12,4 4,03 3,45 0,15
6,5 23,0 12,4 6,53 3,45 0,15 J
o L]
Circlip Grooves
B With chamfered edge
B Insert holder see page 109 ‘
B Cutting data see page 189
DIN
Olay
472
(- )
Type G-Ring "'® mDm mEm rEwPr; r&mpri Ar\Tnmorﬁs mfm Cr)T(:rtn50 mRm e
03 1,10 10,6 5,5 2,13 0,21 1,18 0,5 0,1 0,05
1,10 17,5 9,2 3,1 0,4 1,18 0,5 0,1 0,05
1,30 17,5 9,2 3,1 0,4 1,38 0,85 0,15 0,05
o 1,60 17,5 9,2 3,1 0,4 1,68 1,0 0,15 0,1
1,85 17,5 9,2 3,1 0,4 1,93 1,25 0,2 0,1
2,15 17,5 9,2 3,1 0,4 2,23 1,5 0,2 0,1
2,65 17,5 9,2 3,1 0,4 2,73 1,5 0,2 0,2
1,10 23 12,4 3,6 0,4 1,18 0,5 0,1 0,05
1,30 23 12,4 3,6 0,4 1,38 0,7 0,15 0,05
1,30 23 12,4 3,6 0,4 1,38 0,85 0,15 0,1
1,60 23 12,4 3,6 0,4 1,68 0,85 0,15 0,1
1,60 23 12,4 3,6 0,4 1,68 1,0 0,15 0,1
01 1,85 23 12,4 3,6 0,4 1,93 1,25 0,2 0,1
2,15 23 12,4 3,6 0,4 2,23 1,5 0,2 0,1
2,65 23 12,4 3,6 0,4 2,73 1,5 0,2 0,2
2,65 23 12,4 3,6 0,4 2,73 1,75 0,2 0,2
3,15 23 12,4 3,6 0,4 3,23 1,75 0,2 0,2
4 4,15 23 12,4 55 1 4,23 2,0 0,2 0,2
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Circlip Grooves
B Without chamfered edge

B Insert holder see page 109
B Cutting data see page 189

DIN
Olay
472
(" N
Type =it mDm rl\?n r';::] /Ar\ﬁor? mtm mRm e
04 0,9 7,9 59 2,34 0,98 0,3 0,05
0,9 10,6 5,5 2,34 0,98 0,7 0,05
1,1 10,6 58 2,34 1,18 0,9 0,05
03 1,3 10,6 5,5 2,34 1,38 1,1 0,05
1,6 10,6 59 2,34 1,68 11,25 0,1
1,85 10,6 5,5 2,34 1,93 1,25 0,1
0,9 17,5 9,2 8,8 0,98 0,7 0,05
1,1 17,5 9,2 3,5 1,18 0,9 0,05
153 17,5 9,2 3,5 1,38 1,1 0,05
02 1,6 17,5 9,2 3,5 1,68 1,25 0,1
1,85 17,5 9,2 8,8 11,98 11,25 0,1
2,15 17,5 9,2 3,5 2,23 1,75 0,1
2,65 17,5 9,2 3,5 2,73 1,75 0,2
3,15 17,5 9,2 3,5 3,23 2,2 0,2
0,9 23,0 12,4 4,0 0,98 0,7 0,05
1,1 23,0 12,4 4,0 1,18 0,9 0,05
153 23,0 12,4 4,0 1,38 1,1 0,05
1,6 23,0 12,4 4,0 1,68 1,25 0,1
01 1,85 23,0 12,4 4,0 11,98 11,25 0,1
2,15 23,0 12,4 4,0 2,23 1,75 0,1
2,65 23,0 12,4 4,0 2,73 1,75 0,2
3,15 23,0 12,4 4,0 3,23 2,2 0,2
4,15 23,0 12,4 6,5 4,23 25 0,2

O-Ring Grooves

B Insert holder see page 109
B Cutting data see page 189

) |[PINISO
3601-2

(; A

ORI R R T R -
03 1,8 10,6 5,5 2,6 0,4 2,28 1,45 0,2 0,2
02 1,8 17,5 9,2 3,0 0,5 2,28 1,45 0,2 0,2
2,65 17,5 9,2 4,5 0,5 3,08 2,3 0,3 0,2
1,8 23,0 12,4 3,5 0,5 2,28 1,45 0,2 0,2
01 2,65 23,0 12,4 3,5 0,5 3,08 2,3 0,3 0,2
3,55 23,0 12,4 5,5 1,0 4,08 3,1 0,4 0,2
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2 Slot Milling

mimatic

Tool Systems

Teil ML CREREENeD o e )

Circular Milling Tools

B Inserts see page 107-108
B Cutting data see page 189

DIN 1835((DIN 1835
Form A Form B L
Ny S
L
@ min. || Smax H
11 mm (/3,45 mm
. > . N
Il ‘ l' ‘ l : : Spare part No.
Type  Order No. Form Bor‘e 2 b € s e Sl L L Shaft Scr.ew- Screw
min. mm mm mm mm mm mm mm driver
04 123491* B 8 7,9 5,5 10 7,2 0,35 57,2 17,2 Steel
123477* B 11 10,6 5,5 10 7,4 1,6 57,2 17,2 Steel
123478* B 1 10,6 55 12 74 1,6 64,66 17,2  Steel T 1P
111705 107530
03 123479* A 11 10,6 5,5 12 7,4 1,6 64,66 17,2 Steel
123480 B 11 10,6 55 10 7,4 1,6 74,2 34,2  Carbide
123489 A 11 10,6 5,5 8 8 1,25 77,66 - Carbide
123445 B 20 17,5 9,2 12 12 2,6 74,05 28,7 Steel
123446 B 20 17,5 9,2 16 12 2,6 78,6 28,7 Steel
123447 A 20 17,5 9,2 16 12 2,6 78,6 28,7 Steel 5P
02 123448 B 20 17,5 9,2 12 12 2,6 108,7 63,7  Carbide 111671 107547
123470 A 20 17,5 9,2 12 12 2,6 79,3 - Carbide
123471 A 20 17,5 9,2 12 12 2,6 96,5 - Carbide
123474 A 20 17,5 9,2 12 12 2,6 121,5 - Carbide
123412 B 25 23,0 12,4 16 16 3,45 87,0 38,5 Steel
123414 B 25 23,0 12,4 16 16 3,45 1160 67,5 Steel
123415** A 25 23,0 12,4 20 17 3,0 93,0 41,0 Steel
) T20 IP
01 170320 A 25 23,0 12,4 16 17 3,0 137,0 88,5 Carbide 111594 107551
123416 B 25 23,0 12,4 16 17 3,0 137,0 88,5 Carbide
123440 A 25 23,0 12,4 16 16 345 111,0 - Carbide
123441 A 25 23,0 12,4 16 16 3,45 1485 - Carbide
* Without internal coolant supply ** Also suitable as basic body for a tandem cutter. Screw forques max.
107530 T6I1P  0,9Nm
107547 T15I1P 3,8 Nm
B Tightening torques see page 106 ] 107551  T201P 5,5 Nm
sW L,
ol =i ’ \)r
=
L o
Smux.
3,45 mm Please adapt
= o b (] cutting data to
N ¢ o overhangs length Spare part No.
e O Borg 6} D IC dgs di d2 Smax. L L1 M Scr.ew- Screw
min. mm mm mm mm mm mm mm mm driver
03 123481 11 10,6 5,5 6,5 7,4 10,0 1,60 22,66 13,66 111705 107530
02 123450 20 17,5 9,2 8,5 12,2 15,4 2,60 27,5 18,5 111671 107547
01 123419 25 23,0 12,4 10,5 16,1 18,0 3,45 32,0 29,0 111594 107551

Screw 10quES max.

107530 T61P 0,9 Nm
107547 Ti51P 3,8 Nm
107551 T20IP 5,5Nm
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2 Slot Milling

» Driven Tool Holders

Toil TR L OISR oo o

Slot Milling

B Insert holder see page 112-113
B Cutting data see page 189

Einbauwinkel

mimatic

Tool Systems

P

— 5
without profile Typ Typ
|_| 023 (| 013
A Dp IC LP1 Smax. R Order No.
Type
mm mm mm mm mm mm
023* 5,0 17,5 9,2 5,03 4 0,15
013 6,5 23 12,4 6,53 6 0,15

Circlip Grooves

. I

B With chamfered edge o
B Insert holder see page 112-113 A
B Cutting data see page 189 TN O
DIN Einbouwinkel
Ol sy =
Typ || Typ
023 || 013
L o g e
1,85 17,5 9,2 8,78 1,3 1,93 1,25 0,2 0,1
2,15 17,5 9,2 3,73 1,3 2,23 1,5 0,2 0,1
2,65 17,5 9,2 3,73 1,3 2,73 1,5 0,2 0,2
023 2,65 17,5 9,2 3,73 1,3 2,73 1,75 0,2 0,2
3,18 17,5 9,2 4,23 0,8 323 1,75 0,2 0,2
4,15 17,5 9,2 5,03 1,0 4,23 2,5 0,2 0,2
1,85 23,0 12,4 52 1,33 1,93 1,25 0,2 0,1
2,15 23,0 12,4 52 1,33 2,23 1,5 0,2 0,1
2,65 23,0 12,4 5,2 1,88 2,73 1,5 0,2 0,2
013 2,65 23,0 12,4 5,2 1,33 2,73 1,75 0,2 0,2
3,15 23,0 12,4 5,2 1,33 3,23 1,75 0,2 0,2
4,15 23,0 12,4 5,2 1,33 4,23 2,0 0,2 0,2
4,15 23,0 12,4 5,2 1,33 4,23 2,5 0,2 0,2

* Please note the max. cutting depth (S) for insert holders type 023.
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[ Slot Millin - O o
] mimatic
imafic Tool Systems
Teil TR PN o e

Circlip Grooves

B Without chamfered edge
B Insert holder see page 112-113
B Cutting data see page 189

o oI '
472 N
Typ || Typ
023|013
Type G_Ring " n?r; nl'l(r:n I'|;’an]’1 éﬁorgz me mRm Order No.
1,85 17,5 9,2 5,03 1,93 1,25 0,1
023 2,15 17,5 9,2 5,03 2,23 1,75 0,1
2,65 17,5 9,2 5,03 2,73 1,75 0,2
3,15 17,5 9,2 5,03 3,23 2,2 0,2
2,15 23 12,4 6,53 2,23 1,75 0,1
2,65 23 12,4 6,53 2,73 1,75 0,2
013 3,15 23 12,4 6,53 3,23 22 0,2
4,15 23 12,4 6,53 4,23 2,5 0,2
5,15 23 12,4 6,53 5,26 3,5 0,2

O-Ring Grooves

B Insert holder see page 112-113
B Cutting data see page 189

W

Einbauwinkel
DIN ISO il
3601-2 3.
Typ || Typ
023 || 013
Order No.
Type G-Ring Dp IC LPi LpP2 Aqg t R1 R2 rder No
mm mm mm mm mm mm mm mm _
023 1,8 17,5 9,2 4,03 1,0 2,28 1,45 0,3 0,2
2,65 17,5 9,2 4,03 1,0 3,08 2,3 0,3 0,2
013 2,65 23 12,4 5,5 1,03 3,08 2,3 0,3 0,2
3,55 23 12,4 5,5 1,03 4,08 3,1 0,3 0,2
L] L]
Slot Milling
[¢]
B Insert holder see page 112-113 A x45
B Cutting data see page 189 =
=
(o}
——————— L
Einbauwinkel =
Typ || Typ
023 | 013
Dp IC LP1 Al x 45° F Order No.
Type a
023* 17,5 9,2 5 0,3 0,5 25°
013 23 12,4 6,5 0,3 0,5 28°

* Please note the max. cutting depth (S) for insert holders type 023.

11

f—



2 Slot Milling

Toil DR 023 R Eae:

Circular Milling Tools

mimatic

Tool Systems

» mimatic mi
» Driven Tool Holders

B Inserts see page 110-111
B Cutting data see page 189

Ls L, 3
DIN 1835 ,J, ]
Trp Form B IC O N L i
023 (O} 9,2 b = EE! - :,T,:,T,:,f\;; S
@ min. S max. H
33 mm || 2,6 mm
- o L HA
Il : ll' : l : : Spare part No.
T151P
Order No. Bor? e D cllie el S i : N Inserts Shaft Screw- Screw
min. mm mm mm mm mm mm m o
driver
123462 33 32 25 26,8 2,6 124,2 119,97 61,97 3 Steel 111671 107547
Screw torque max. 3,8 Nm
B Tightening torques see page 106
Please adapt S L 8
cutting data to N w
overhangs length ¢
7 W
Typ 4 L
IC B I i 1 vl L
023 92 oA AT A E
O
@ min. S max.
33 mm || 3,4 mm H‘ Lo
| o L HA
‘ : : Spare part No.
T151P
Order No. Borfe e D eligo el St L . Inserts M Screw- Screw
min. mm mm mm mm mm mm o
driver
123465 33 32 12,5 24,3 3,8 40 34,97 3 M12 111671 107547
Screw torque max. 3,8 Nm
L E
w)
d B o
o| o| | e I
s ® mj: :‘, |
[}
L HA
-
Typ IC o o
023 o Y
O min. S max. H‘
40 mm || 4,0 mm
> &
: : : Accessories Spare part No.
T15 1P
Order No. Bor.e @ D elis e Sk LHA ; A9 Inserts @ Screw- Screw
min. mm mm mm mm mm mm mm R
Key driver
123464 40 38 16 31 3,4 45,3 40,97 8,4 3 134984 111671 107547
123461* 55 50 22 42 3,9 39,3 3497 104 6 111671 107547

112

Screw torque max. 3,8 Nm

* Cutter clamping screw internal hexagon

Order No. 114684



2 Slot Milling

mimatic

Tool Systems

Teil TR o013 YRR o . |

Circular Milling Tools

’7
max.

W Inserts see page 110-111
B Cutting data see page 189

Typ IC
013 o 12,4
O min. S max.
65 mm (| 6,0 mm
iy
Spare part No.
T20 IP
Order No. Bor.e z D et el ST o . SN Inserts Screw- Screw
min. mm mm mm mm mm mm mm -
driver
123435 65 63 27 51 6 43,5 37,5 12,4 6 111594 107551

Screw torque 5,5 Nm

Cutter clamping screw internal hexagon

Order No. 114695

Typ
013 o <

O min. S max.
95 mm || 6,0 mm
-

Spare part No.

[1201P]
Order No. Borg Z D ¢ el ST Lt L B Inserts Screw- Screw
min. mm mm mm mm mm mm mm .
driver
123436 95 90 32 78 6 39,2 33,5 14,4 8 111594 107551

Screw torque 5,5 Nm

gd,
2N s
2y
©
\
|

P IC \i
013 o 12,4 I
@ min. S max.
95 mm (| 6,0 mm
ﬁ@’ n L HA
Spare part No.
Bore @ D dHeé d1 Smax. LHA L BMN 1201p
Order No. ) Inserts Screw- Screw
min mm mm mm mm mm mm mm o
driver
134561 130 125 32 113 6,0 39,2 33,5 14,4 10 111594 107551
Screw torque 5,5 Nm
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2 Slot Milling

Deepmll.l.

Slot Milling, Grooving, Milling of Cooling Fins

mimatic

Tool Systems

With PolyMILL and TriMILL solid carbide inserts, mimatic sets the bar for grooving and profile milling applications.
With more then a decades worth of applications involving industry leading customers Mimatic is an established brand at the
forefront of these applications.

mimatic meets the permanent demand for higher power and larger cutting depths with new innovations.
With the latest product development DeepMILL, the limit of the impossible has been exceeded again by mimatic - and this
time by a quantum leap.

Larger range of applications

Defined tooth and cutting edge geometry

mimatic core competence: Polygon interface = Quadrogon interface
High performance coatings

Internal coolant direct to the edges

Clamping with only one center screw

Special chip space geometry

The Result of mimatic Development:
DeepMILL with a Up to Tenfold Cutting Performance.

Sectional drawing of DeepMILL-G
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2 Slot Milling

Deepmll.l.

Milling Tools in New Dimensions of Performance

mimatic

Tool Systems

= With DeepMILL can be milled up to shoulders

m Cutting edges on the face can be used for special
machining operations

On request: Increased cutting depths (S)
achievable with reductions in speed/feed

+ Re-sharpen-Service 2x

+ Minimum distance for operations to shoulders:
0,001 mm

The mimatic Polygon Interface -
A Success Story with Continuous Evolution: Quadrogon

mimatic mimatic
Polygon Interface Quadrogon* Interface
Since their development and launch in  grooving. In many practical applicati- face has been optimized specifically for
1994, the mimatic polygon interface is  ons, the interface has established itself  the needs of this new mimatic high-
the guarantee for high cutting perfor- as a key factor for successful milling performance tool.
mance with maximum precision and operations under difficult conditions.

repeatability in the circular milling.
With the development of the new tool
In the tool systems PolyMILL and Poly- systems DeepMILL and PolySAW, the
REAM, the polygon interface enables development of the polygon interface
the reliable circular thread milling and ~ has evolved as well. Under the brand
reaming as well as T-slot milling and name mimatic Quadrogon, the inter- * patent-protected.
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2 Slot Milling

» mimatic mi

mimatic

Tool Systems

Deepmll_l_ g 32 BLUECOMPETENCE JSiryceren
L]
Basic Holders
B Cutting data see page 190
B Carbide coating see page 123
L
Ls Ly
F.ZJ
2
g - — N @%@ 1 -
o| {t — — — — T o
sl H-_-__ JENN 1 A | f“:#\}%t\::%, ASY
L ) F T
L, &
DIN 1835||DIN 1835
Form B Form A
: : Complete holder Spare Parts **
Size Type ¢l DIN . = el Bestell-Nr. Screwdriver Size
mm mm mm mm
11 20 1835 B 91 40 18,8 163701 178296 SW3
@32 11 20 1835 A 91 40 18,8 160050 178296 SW 3
13 25 1835 B 105 45 21,6 163702 178297 SW 4
13 25 1835 A 105 45 21,6 160051 178297 SW 4
\ Wi
Screw torques max.
Type 11 = max. 10,5 Nm
T L] ° Type 13 = max. 24,5 Nm
Milling Discs
L o
A
=
_ 1=
B
< ‘
{g
5 Order No.
Size Type a Dt D Lel Nlrsloz reer e Deliverable
mm mm mm mm of teeth
13 2 5,2 32 6 16 on request
11 2 6,6 32 6 16 on stock
13 3 5,2 32 6 16 on request
11 3 6,6 32 6 16 on stock
2
93 13 4 5,2 32 6 16 on stock
11 4 6,6 32 6 16 on request
13 5 5,2 32 6 16 on stock
11 5 6,6 32 6 16 on request

* narrower widths, see PolySAW  ** more spare parts see page 122
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2 Slot Milling

DeepllliLL © 40 METMERNSD ...

Basic Holders

mimatic

Tool Systems

B Cutting data see page 190
B Carbide coating see page 123

L
Ls Ly
F;J
£l
g - — N @%@ 1 -
o {+ — — — — = e
o H_-—-_—_ JEE | > == | A%
L j ) i%_’
L, &
DIN 1835|(DIN 1835
FormB || FormA
: : Complete holder Spare Parts **
Size Type ¢l DIN . = el Bestell-Nr. Screwdriver Size
mm mm mm mm
13 25 1835 8B 105 45 21,6 163702 178297 SW 4
@ 40 13 25 1835 A 105 45 21,6 160051 178297 SW 4
16 25 1835 8B 110 50 26 163703 178296 SW3
16 25 1835 A 110 50 26 160052 178296 SW 3
\ W v
Screw torques max.
Type 13 = max. 24,5 Nm
olle ° Type 16 = max. 6 Nm
Milling Discs
L o
A

od
|
0 s I

5 A* S max. D LpP1 Number Order No. .

Size Type m m i m of teeth Deliverable
16 2 7,0 40 6 18 on request
13 2 9,2 40 6 18 on stock
16 3 7,0 40 6 18 on request
13 3 9,2 40 6 18 on stock

@ 40 :
16 4 7,0 40 6 18 on stock
13 4 9,2 40 6 18 on request
16 5 7,0 40 6 18 on stock
13 5 9,2 40 6 18 on request

* narrower widths, see PolySAW  ** more spare parts see page 122 117



+ Slot Milling mimatic
Tool Systems
» mimatic mi
Deepmll_l_ g 50 BLUECOMPETENCE JSiryceren
o
Basic Holders
B Cutting data see page 190
B Carbide coating see page 123
L
Ls Ly
F;J
2
g - — N @%@ 1 -
o - - — — — — LT o
sl H-_-__ JENN 1 A | f“:#\}%t\::%, ASY
L ) F T
L, &
DIN 1835|(DIN 1835
Form B Form A H
: Complete holder Spare Parts **
Size Type ¢l DIN . = el Bestell-Nr. Screwdriver Size
mm mm mm mm
16 25 1835 8B 110 50 26 163703 178296 SW 3
@ 50 16 25 1835 A 110 50 26 160052 178296 SW3
19 32 1835 B 122 55 30 163704 178296 SW 3
19 32 1835 A 122 55 30 160053 178296 SW3
\
Screw torques max.
Type 16 = max. 6 Nm
o ° Type 19 = max. 10,5 Nm
Milling Discs
L o
A
=
_ 1=
B
< ‘
{g
i max Order No.
Size Type a S D Lel Nlrsloz reer e Deliverable
mm mm mm mm of teeth
19 2 10 50 6 24 on request
16 2 12 50 6 24 on stock
19 & 10 50 6 24 on request
16 3 12 50 6 24 on stock
@30 19 4 10 50 6 24 on stock
16 4 12 50 6 24 on request
19 S 10 50 6 24 on stock
16 5 12 50 6 24 on request
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* narrower widths, see PolySAW

** more spare parts see page 122




[ Slot Milli = m o
ot MIting mimatic

DEEmeI_I- g 63 BLUECOMPETENCE sy
L]
Basic Holders
B Cutting data see page 190
B Carbide coating see page 123
L
Ls Ly
F.ZJ
2
fffff — N ,,,,,@%@i* -
— — — — 7 ke
,,,,, -y O k== | RSN
L j ) i%_’
L, &
DIN 1835||DIN 1835
Form B Form A H
: Complete holder Spare Parts **
Size Type ¢l DIN . = el Bestell-Nr. Screwdriver Size
mm mm mm mm
19 32 1835 8B 122 55 30 163704 178296 SW3
@ 63 19 32 1835 A 122 55 30 160053 178296 SW 3
25 32 1835 B 127 60 38 163705 178297 SW 4
25 32 1835 A 127 60 38 160054 178297 SW 4
\
Screw torques max.
Type 19 = max. 10,5 Nm
T L] ° Type 25 = max. 24,5 Nm
Milling Discs
L &
A
=i
_ 1=
B
< !
{g
Y max Order No.
Size Type a S D Lel Nlrsloz reer e Deliverable
mm mm mm mm of teeth
25 2 12,4 63 6 24 on request
19 2 16,5 63 6 24 on stock
25 3 12,4 63 6 24 on request
63 19 3 16,5 63 6 24 on stock
25 4 12,4 63 6 24 on stock
19 4 16,5 63 6 24 on request
25 5 12,4 63 6 24 on stock
19 5 16,5 63 6 24 on request

* narrower widths, see PolySAW

** more spare parts see page 122
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2 Slot Milling

DeeplliiLL © 80 METMERNSD ...

Basic Holders

mimatic

Tool Systems

B Cutting data see page 190
B Carbide coating see page 123

L
Ls Ly
F’Q
£l
g - — N @%@ 1 -
o| —f — — — T o
o H_-—-_—_ JEE | > == | A%
L j ) i%_’
L, &
DIN 1835||DIN 1835
Form B Form A
: : Complete holder Spare Parts **
Size Type ¢l DIN . = el Bestell-Nr. Screwdriver Size
mm mm mm mm
35 32 1835 B 132 65 49 163706 178297 SW 4
@ 80 35 32 1835 A 132 65 49 160055 178297 SW 4
25 32 1835 B 127 60 38,2 163705 178297 SW 4
25 32 1835 A 127 60 38,2 160054 178297 SW 4
Wi
Screw torques max.
Type 35 = max. 24,5 Nm
10 ° Type 25 = max. 24,5 Nm
Milling Discs
L &
A
=i
_ 1=
B
< !
{g
* Order No.
Size Type a Dt D Lel Nlrsloz reer e Deliverable
mm mm mm mm of teeth
35 2 15,5 80 6 24 on request
25 2 20,9 80 6 24 on stock
35 3] 1585 80 6 24 on request
@ 80 25 3 20,9 80 6 24 on stock
35 4 15,5 80 6 24 on stock
25 4 20,9 80 6 24 on request
35 5 15,5 80 6 24 on stock
25 5 20,9 80 ) 24 on request

120 * narrower widths, see PolySAW  ** more spare parts see page 122



2 Slot Milling

mimatic

Tool Systems

» mimatic mi
» Driven Tool Holders

Deepmll_l_ BLUECOMPETENCE

Basic Holders with Location Bore

B Cutting data see page 190
B Carbide coating see page 123

L
L,
Z—
N T =SS
&L
3|l A2 AL

When using PolySaw ECO, as well
[ ] as DeepMill ECO, the cutting depth
°

is reduced by 6 or 7 mm

Complete holder

Spare Parts **

dHé

BMN

L1

di

d2

Type Bestell-Nr. Screwdriver Size
mm mm mm mm mm mm
16 16 8,4 43 20 32 26 179727 178296 SW3
19 16 8,4 43 20 32 30 179728 178296 SW3
25 16 8,4 43 20 32 29 156493 178297 SW 4
Screw torques max.
. . Type 16 = max. 6 Nm
Saw Blade Arbors for mimatic Saw Blade Holders Type 19 = max. 10,5 N
Type 25 = max. 24,5 Nm
B Cutting data see page 190
B Carbide coating see page 123
L
L,
sleeve
When using PolySaw ECO, as well
K X ' as DeepMill ECO, the cutting depth
M * hd is reduced by 6 or 7 mm Complete holder
System Typ e : 3 21 Bestell-Nr.
mm mm mm mm
2 1 2 27 179252
ECO ) 0 S 30 7925
35 10 32 27 30 180316

* narrower widths, see PolySAW  ** more spare parts see page 122
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2 Slot Milling

Deepmll_l.
Assembly and Spare Parts

Assembly notes

Please tighten the clamping screw with the specified torque.
In the selection of the DeepMILL basic holder and machine
tool holder should be chosen the shortest possible setup.

Service

Please don't hesitate to take the advantage of the mimatic
service.

Mimatic engineers will offer machining recommendations to
optimize your specific applications.

122

mimatic

Tool Systems

Spare Parts
Type Screw Clamping disc
09 163842 _
1 163843 -
- 163844 -
16 163850 175027
19 163848 163845
25 163849 163846
35 163849 163847
v
Screw torques max.
163842 Type 09 M4 3,8 Nm
163843 Type 11 Mé6 10,5 Nm
163844 Type 13 M8 24,5Nm
163850 Type 16 M5 6,0 Nm
163848 Type 19 Mé 10,5 Nm
163849 Type 24 M8 24,5Nm
| 163849 Type35 M8 24,5 Nm )




2 Slot Milling

mimatic

Tool Systems
L] L]
Keyway Slot Milling Cutters
B CNC-Turning Machines with Y-Axis
Increased stiffness, higher precision
B CNC-Turning Machines without Y-Axis
Optimized straight run-out
B Short Process Times
#D L
L, L
o - —  — &
Type: right-hand cutting =
Tool design: double-edged L
spiral fluted S
15° helix angle
without coolant
( A
Order No.
Nominal Slot Size
o L dre L
mm mm mm
mm
2 4 8 64,0
3 5 8 64,0
4 6 10 73,0
5 7 10 73,0
6 8 12 74,2
8 9 12 74,2
10 10 12 74,2
12 11 12 74,2
14 12 16 77,0
-
Carbide Grades
K P FKN
On request. On request. Uncoated grade with fine grain,

Uncoated universal grade for turning
unalloyed grey cast iron, black heart
castings, alloys and non-ferrous me-
tals with stable machining conditions.
High wear resistance.

Grade with multi-layer wear-resistant
coating for dry and high-speed
machining. Very high thermal and
chemical resistance in combination
with long service life.

Uncoated universal grade for turning
steel. Good resistance to thermal and
mechanical stress with high wear
resistance and edge toughness.

Grade with multi-layer wear-resistant
coating for dry and high-speed
machining. Very high thermal and
chemical resistance in combination
with long service life. Very good for
machining of alloyed and stainless
steel.

specifically for titanium and other
alloys as well as non-ferrous metals.
The homogeneous structure ensures
good edge toughness and resistance
to wear at high cutting speeds.

Grade with multi-layer wear-resistant
coating for dry and high-speed
machining. Very high thermal and
chemical resistance in combination
with long service life. Very good for
hard machining, stainless steel and
materials that are difficult to machine.

Grade with special coating for machi-
ning of aluminum, copper and brass.
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mimatic

Tool Systems

Contour and Radius Milling
Chamfering and Deburring



Trapezoid thread
ACME thread
Knuckle thread
TC50/TC80

Milling Thread Milling 18-79 1

Face Finish Milling * 80-85 2

Notch Impact Test * 86-91 3

Gear Milling 92-95 4

Slot Milling 96-123 5

Contour and Radius Milling * Extended 1264-137
Chamfering, Deburring program
Sawing, Slitting Sawing, Cutting, Slitting 138-149 7
B orEMaChmmg ......................... DrlllMlumgCounterbormg .................................................... 150-165 8
Reammgwb-]n 9
AXIaleovmgAXIaleovmgadJustable ...................................................... 174-179 10
SpeualTOOIsSpeCIal-andCombmatlonToo[S ............................................ 180-185 1 1

Technical Cutting Data 186-201 12



I Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems

Table of Contents

Polqmll_l_

Inserts

Radius milling, concave shapes 127
Radius milling, convex shapes 127
Chamfering and deburring 128

Radius milling
extended program

Tool Holders

with cylindrical shank 129

for driven toolholders 130

with tightening shank 131
mlTLL

Inserts

Radius milling, convex shapes 1324134

Chamfering and deburring 1324134

* Radius milling

Tool Holders

with cylindrical shank 1183+135

with tightening shank 1183+135

Face milling cutter 135-136
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[ Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems

PoiylTIELL CREIMEEED - ... )

Radius Milling, Concave Shapes

B Insert holder see page 129 (D)
B Cutting data see page 189

m %

(" N\
T R (D) DR LP1 Lp2 t Number Order No.
vpe mm mm mm mm mm mm of teeth
P2526 0,5 26 25 3,15 0,5 0,5 6
P2526 1,0 26 24 2,65 1,0 1,0 6
P2526 1,5 26 23 3,15 1,5 1,5 6
P25 P2526 2,0 26 22 2,65 2,0 2,0 6
P2526 2,5 26 21 2,15 2,5 2,5 6
P2526 3,0 26 20 1,65 3,0 3,0 6
P2526 4,0 26 18 2,55 4,0 4,0 6
P2526 5,0 26 16 1,55 5,0 5,0 6

&

ﬂ Inserts for reverse operation on request !

Radius Milling, Convex Shapes

B Insert holder see page 129
B Cutting data see page 189

&y

TLE

(- N\
Type A A R D LP1 LP2 Smax. Number Order No.
mm inch mm mm mm mm mm of teeth _
P1210 1,0 .039 0,5 9,6 3,25 0,1 1,2 3
P12 P1210 2,2 .087 1,1 9,6 3,3 0,05 1,2 3
P1212 2,0 .079 1,0 11,7 3,45 — 2,25 3
P1212 2,2 .087 1,1 11,7 3,55 - 2,25 3
P1616 1,0 .039 0,5 16 3,55 - 1,5 6
P1616 2,0 .079 1,0 16 3,55 - 2,0 6
P1616 3,0 .118 1,5 16 3,55 — 3,5 6
P1616 4,0 157 2,0 16 4,65 - 3,5 6
P1616 5,0 197 2,5 16 5,65 - 3,5 6
P1618 1,0 .039 0,5 17,7 3,95 - 2,5 6
P1618 2,2 .087 11 17,7 4,0 - 4,2 )
P2022 2,0 .079 1,0 21,7 4,9 - 5,0 6
P2022 2,4 .094 1,2 21,7 4,85 - 5,0 6
P2022 2,6 .102 1,3 21,7 4,95 - 5,0 6
P20 P2022 2,8 110 1,4 21,7 5,05 - 5,0 6
P2022 3,0 .118 1,5 21,7 4,9 - 5,0 6
P2022 4,0 157 2,0 21,7 4,95 = 5,0 6
P2526 2,0 .079 1,0 26 4,9 - 6,2 6
P2526 3,0 118 1,5 26 3,7 - 6,2 6
P25 P2526 4,0 157 2,0 26 4,65 - 6,2 6
P2526 5,0 197 2,5 26 6,9 = 6,2 6
P2526 6,0 236 3,0 26 6,9 - 6,2 6
P2528 4,0 157 2,0 27,7 5,9 - 7,05 6
g J

ﬁ Further radius widths on request
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[ Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems

imatic mi

PoiylTIELL CREIMEEED - ... )

Chamfering and Deburring

¥ Insert holder see page 129
B Cutting data see page 189

m ¥

(- N\
D Crnox. x 45° Al LP1 Lp2 Number Order No.
Type a
mm mm mm mm mm of teeth
P12 P1210 9,6 1,2 0,1 90° 2,125 1,525 8
P1212 11,7 1,5 0,1 90° 2,125 1,525 3
P1616 16,0 1,9 0,1 90° 2,65 1,95 6
P1618 17,7 1,3 0,1 90° 2,65 1,45 6
P20 P2020 20,0 1,9 0,1 90° 3,15 2,675 6
P2022 21,7 1,6 0,1 90° 2,95 2,15 6
P25 P2526 26,0 2,1 0,1 90° 2,75 2,075 6

Milling of Special Contours with PolyMILL Inserts

o

Milling an undercut according to DIN 509 Form E

Milling a thread undercut according to DIN 76
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[ Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems
mimatic mi

poiylTHILL (MY -2 .

Circular Milling Tools with Polygonal Insert Seat

B Inserts see page 127-128
B Cutting data see page 189

L.
1 P
| fCISTSCESCECoIReC ;f@gg% <
2 I
DIN 1835||DIN 1835
FormA || FormB 'H‘ L 5
Y | =N |1 - ]
DIN 6535||DIN 6535
Form A Form B
Spare part No.
HoiZ S max.
Type  Order No. Form rencjclann‘ﬁ— fn:i rir]n Dn;nn:X' (D-d1)/2 mLm rrl;]m Shaft Sclcrris\eNr- Screw
mended mm
123619 B 12 12 7,0 1,7 235 675 20 Steel
100228 B 12 12 7,0 1,7 235 675 20 Carbide
171778 A 12 12 7,0 1,7 235 675 20 Carbide
P12 171780 B 12 12 7,0 1,7 235 80 30 Carbide : ]T?é'Psé ]”’(‘)27?;1
171781 A 12 12 7,0 1,7 235 80 30 Carbide
171783 B 12 12 7,0 1,7 235 100 40 Carbide
171784 A 12 12 7,0 1,7 235 100 40 Carbide
123573 B 18 12 9,0 17,7 435 67,4 21 Steel
123577 B 18 12 9,0 17,7 435 67,4 21 Carbide
171787 A 18 12 9,0 17,7 435 67,4 21 Carbide
73 123580 B 18 12 9,0 17,7 4,35 82,4 36 Carbide T8 IP M3x12
171789 A 18 12 9,0 17,7 4,35 82,4 36 Carbide 111656 143158
123584 A 18 12 9,0 17,7 435 100 30 Carbide
123588 A 18 12 12,0 17,7 285 824 - Carbide
123590 A 18 12 12,0 17,7 285 1225 : Carbide
123615 B 22 16 ns 21,7 5,1 80 30 Steel
123616 B 22 16 Mns5 21,7 5,1 80 30 Carbide
620 171794 A 22 16 ns 21,7 5,1 80 30 Carbide ]21]56% ]“g‘;xs];;
123617 B 22 16 ns 21,7 5,1 100 50 Carbide
171796 A 22 16 ns 21,7 5,1 100 50 Carbide
174314 A 22 16 155 21,7 3,1 105,5 21 Carbide
123592 B 28 16 13,6 27,7 7,05 79,6 30,5 Steel
123598 B 28 16 136 27,7 7,05 79,6 30,5  Carbide
171855 A 28 16 13,6 27,7 7,05 79,6 30,5  Carbide
123600 B 28 16 13,6 27,7 7,05 94,6 455  Carbide
. 171857 A 28 16 13,6 27,7 7,05 94,6 45,5 Carbide 720 IP M5x13,5
123603 B 28 16 136 27,7 7,05 1096 60,5  Carbide 111594 107529
171859 A 28 16 136 27,7 7,05 1096 60,5  Carbide
123609 A 28 16 155 27,7 6,1 105 21,5  Carbide
123611 A 28 16 155 27,7 6,1 1495 21,5  Carbide
123613 A 28 20 155 27,7 6,1 178,5 21,5  Carbide

Screw forques max.

107596 TO8IP 1,0 Nm
143158 TO8IP 1,1 Nm
107597 T15I1P 3,8 Nm
107529 T201IP 5,5Nm
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I Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems

mimatic mi

PolylTIILL (MRS & .. |

Circular Milling Tools for Driven Toolholders

B Inserts see page 100-103
B Cutting data see page 189

Form ER
- L
DIN 1835||DIN 6499
Form A l I
: : Spare part No.
Bore @ S mox
Type  Order No. Form min. elie o s (D-d1)/2 5 o Shaft Scr.ew- Screw
recom- mm mm mm mm mm driver
mended mm
177170 A 12 10 7,0 11,7 2,35 54 8 Steel
T8 IP M2,5x7
P12 177172 ER 16 12 7,0 11,7 2,35 37,5 8 Steel 111656 107596
177173 ER 20 12 7,0 11,7 2,35 47 13 Steel
177174 A 18 10 9,0 17,7 4,35 60 11 Steel
T8 IP M3x12
P16 177176 ER 16 18 9,0 17,7 4,35 41,4 11 Steel 111656 143158
177177 ER 20 18 9,0 17,7 4,35 51 16 Steel
177178 A 22 12 11,5 21,7 5,1 62,4 14,4 Steel
T15 1P M4x13
P20 177180 ER 20 22 11,5 21,7 5,1 49,5 14,5 Steel 111671 107597
177181 ER 25 22 11,5 21,7 5,1 56 19,4 Steel
177182 A 28 16 13,6 27,7 7,05 69,6 20,4 Steel 120 IP M5x13,5
P25 177184 ER 25 28 13,6 27,7 7,05 56 19,4 Steel 111594 107529
177185 ER 32 28 13,6 27,7 7,05 73 30,4 Steel
SCTeW forques max.
107596 T81I1P  1,0Nm
143158 T8IP 1,1 Nm
107597 Ti15IP 3,8 Nm
107529 T201IP 55Nm

Changing Inserts

Clamp cutter before changing insert. Loosen insert screw. Remove used
insert and clean the insert pocket before clamping new insert.

Please use the appropriate TIP hex key for the tighening of the inserts and
consider the screw tightening torques in the tables.
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I Contour and Radius Milling, Chamfering, Deburring = 35
' - mimatic

Tool Systems

» Drven Tol Holders

Polqmll_l_ BLUECOMPETENCE

Circular Milling Tools with Polygonal Insert Seat

B Inserts see page 100-103
B Cutting data see page 189

SW
< Form A SW Form B
0| = G
ASS ol =
- 1 ~ o
F——Hf-— r"’(":Tfigk ol T N
L —— — o == =l h - Y O
L e L,
L
;H“ A Please adapt cutting data
M * o to overhangs length Spare part No.
Bore @ .
Type  Order No. Form min. e ¢ Do (D-d1)/2 ; . M dg6 i Screwdriver Screw
recommen- mm mm mm mm mm mm m
mm
ded
P12*** 177676 B 12 9,5 - 11,7 1,1 13,5 - M5 55 5,0 111656 107596
P16 123586 A 18 9,0 14,4 17,7 4,35 29,5 195 M8 85 55 111656 143158
P16** 177683 B 18 9,5 - 17,7 4,1 18,5 - M5 55 5,0 111656 143158
P16*** 177698 B 18 11,0 - 17,7 3,35 18,5 - Mé 6,5 5,0 111656 143158
P20 123618 A 22 11,5 180 21,7 5,1 350 250 MI0O 10,5 5,5 111671 107597
P20** 177734 B 22 11,5 - 21,7 5,1 20,5 - Mé 6,5 5,0 111671 107597
P20*** 177735 B 22 13,5 - 21,7 4,1 20,5 - M8 85 55 111671 107597
P25 123605 A 27 13,6 22,5 27,7 7,05 42,5 295 MI12 12,5 55 111594 107529
P25** 177747 B 27 13,6 - 27,7 7,05 22,6 - M8 85 55 111594 107529
P25*** 177767 B 27 18,0 - 27,7 4,85 22,6 - M10 10,5 5,5 111594 107529
**  Slim design for thread milling Screw torques max.
*** Reinforced design 107596 T8IP  1,0Nm
143158 T8IP 1,1 Nm
107597 TI15IP 3,8 Nm
107529 T201IP 5,5Nm

Assembling Instructions

B Recommended tightening torque for
screw-in circular milling body

Thread size
(M)

Wrench size
mm

Tightening torque
Nm

10
25
40
60
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[ Contour and Radius Milling, Chamfering, Deburring

» mimatic mi

Trimll_l_ BLUE COMPETENCE

» Driven Tool Holders

Radius Milling, Convex Shapes

W Insert holder see page 133
B Cutting data see page 189
B Not in stock

B Other sizes on request

v

gD

mimatic

Tool Systems

Type 4 A R D IC Lp1 S Order No.
mm IﬂCh mm mm mm mm mm _
1,0 .039 0,50 10,6 5,5 2,34 1,6
1,5 .059 0,75 10,6 55 2,34 1,6
03 2,0 .079 1,00 10,6 55 2,34 1,6
2,5 .098 1,25 10,6 55 3,0 1,6
3,0 118 1,50 10,6 5,5 3,02 1,6
1,0 .039 0,50 17,5 9,2 3,5 1,0
1,5 .059 0,75 17,5 9,2 35 1,0
2,0 .079 1,00 17,5 9,2 3,5 2,6
02 2,5 .098 1,25 17,5 9,2 3,5 2,6
3,0 118 1,50 17,5 9,2 3,5 2,6
8,5 .138 1,75 17,5 9,2 3,52 2,6
4,0 157 2,00 17,5 9,2 5,0 2,6
5,0 197 2,50 17,5 9,2 5,02 2,6
1,0 .039 0,50 23,0 12,4 4,0 2,0
1,5 .059 0,75 23,0 12,4 4,0 2,0
2,0 .079 1,00 23,0 12,4 4,0 3,45
2,5 .098 1,25 12,0 12,4 4,0 3,45
01 3,0 118 1,50 23,0 12,4 4,0 3,45
3,5 .138 1,75 23,0 12,4 4,0 3,45
4,0 157 2,00 23,0 12,4 4,02 3,45
5,0 197 2,50 23,0 12,4 6,5 3,45
6,0 236 3,00 23,0 12,4 6,5 3,45 )
Chamfering and Deburringg
B Insert holder see page 133
B Cutting data see page 189 .
m{
Q
Type D IC Crmax. x 45° Al LP1 LP2 Order No.
mm mm mm mm mm mm _
04 7,9 55 0,3 0,05 1,05 1,29
03 10,6 5,5 1,5 0,05 1,5 1,5
02 17,5 9,2 2,2 0,05 2,5 2,5
01 23,0 12,4 3,1 0,05 3,2 3,3 )
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I Contour and Radius Milling, Chamfering, Deburring

mimatic

Tool Systems

Teil ML CREREENeD o e )

Circular Milling Tools

B Inserts see page 132
B Cutting data see page 189

DIN 1835((DIN 1835
Form A Form B L
[ S
L
@ min. || Smax H
11 mm (/3,45 mm
. > . N
Il ‘ l' ‘ l : : Spare part No.
Type  Order No. Form Bor‘e 2 b € s e Sl L L Shaft Scr.ew- Screw
min. mm mm mm mm mm mm mm driver
04 123491* B 8 7,9 5,5 10 7,2 0,35 57,2 17,2 Steel
123477* B 11 10,6 5,5 10 7,4 1,6 57,2 17,2 Steel
123478* B 1 10,6 55 12 74 1,6 64,66 17,2  Steel T 1P
111705 107530
03 123479* A 11 10,6 5,5 12 7,4 1,6 64,66 17,2 Steel
123480 B 11 10,6 55 10 7,4 1,6 74,2 34,2  Carbide
123489 A 11 10,6 5,5 8 8 1,25 77,66 - Carbide
123445 B 20 17,5 9,2 12 12 2,6 74,05 28,7 Steel
123446 B 20 17,5 9,2 16 12 2,6 78,6 28,7 Steel
123447 A 20 17,5 9,2 16 12 2,6 78,6 28,7 Steel 5P
02 123448 B 20 17,5 9,2 12 12 2,6 108,7 63,7  Carbide 111671 107547
123470 A 20 17,5 9,2 12 12 2,6 79,3 - Carbide
123471 A 20 17,5 9,2 12 12 2,6 96,5 - Carbide
123474 A 20 17,5 9,2 12 12 2,6 121,5 - Carbide
123412 B 25 23,0 12,4 16 16 3,45 87,0 38,5 Steel
123414 B 25 23,0 12,4 16 16 3,45 1160 67,5 Steel
123415** A 25 23,0 12,4 20 17 3,0 93,0 41,0 Steel
) T20 IP
01 170320 A 25 23,0 12,4 16 17 3,0 137,0 88,5 Carbide 111594 107551
123416 B 25 23,0 12,4 16 17 3,0 137,0 88,5 Carbide
123440 A 25 23,0 12,4 16 16 345 111,0 - Carbide
123441 A 25 23,0 12,4 16 16 3,45 1485 - Carbide
* Without internal coolant supply ** Also suitable as basic body for a tandem cutter. Screw forques max.
107530 T6I1P  0,9Nm
107547 T15I1P 3,8 Nm
B Tightening torques see page 131 ] 107551  T201P 5,5 Nm
sW L,
ol =i ’ \)r
=
L o
Smux.
3,45 mm Please adapt
= o b (] cutting data to
N ¢ o overhangs length Spare part No.
e O Borg 6} D IC dgs di d2 Smax. L L1 M Scr.ew- Screw
min. mm mm mm mm mm mm mm mm driver
03 123481 11 10,6 5,5 6,5 7,4 10,0 1,60 22,66 13,66 111705 107530
02 123450 20 17,5 9,2 8,5 12,2 15,4 2,60 27,5 18,5 111671 107547
01 123419 25 23,0 12,4 10,5 16,1 18,0 3,45 32,0 29,0 111594 107551

Screw 10quES max.

107530 T61P 0,9 Nm
107547 Ti51P 3,8 Nm
107551 T20IP 5,5Nm
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[ Contour and Radius Milling, Chamfering, Deburring mimatic

Toil TR L O o e

Radius Milling, Convex Shapes

Tool Systems

L o
W Insert holder see page 135-136 N
B Cutting data see page 189 g
B Not in stock
B Other sizesonrequest /L TN VN |
|
i
Einbouwinkel
e
Typ || Typ
023 || 013
A A R Dp IC LP1 Lp2* Smax. Order No.
Type )
mm |nch mm mm mm mm mm mm _
1,0 .039 0,50 17,5 9,2 4,03 1 2,0
1,5 .059 0,75 17,5 9,2 4,03 1 3,0
2,0 .079 1,00 17,5 9,2 4,03 1 4,0
2,5 .098 1,25 17,5 9,2 5,0 - 3,0
23 3,0 118 1,50 17,5 9,2 5,0 - 2,0
35 138 1,75 17,5 9,2 5,03 - 3,0
4,0 157 2,00 17,5 9,2 5,03 - 3,0
5,0 197 2,50 17,5 9,2 5,43 - 3,0
6,0 236 3,00 17,5 9,2 - - 4,0
1,0 .039 0,50 23,0 12,4 6,53 - 2,0
1,5 .059 0,75 23,0 12,4 6,53 - 2,0
2,0 .079 1,00 23,0 12,4 5,20 1,33 5,00
2,5 .098 1,25 12,0 12,4 6,53 - 4,00
13 3,0 118 1,50 23,0 12,4 6,53 - 4,00
3,5 .138 1,75 23,0 12,4 6,53 - 4,00
4,0 157 2,00 23,0 12,4 6,50 - 2,00
5,0 197 2,50 23,0 12,4 6,08 - 3,00
6,0 236 3,00 23,0 12,4 5,88 - 6,00
* not face cutting
(] L]
Chamfering and Deburring
B Insert holder see page 135-136 L o
B Cutting data see page 189
- L
ASS
Einbouwinkel
—
Typ || Typ %?o
023 || 013
T D IC Crmox. x 45° Al LP1 Lp2 Order No.

023 17,5 9,2 2,3 0,05 2,52 2,51
013 23,0 12,4 3,0 0,05 3,25 3,28
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I Contour and Radius Milling, Chamfering, Deburring

Toil DR 023 R Eae:

» mimatic mi

Circular Milling Tools

B Inserts see page 134
B Cutting data see page 189

DIN 1835
Typ Form B IC
023 =R o2
@ min. S max. H‘
33 mm || 2,6 mm
if‘ i‘j?" &
Order No. Bor? e
min.
123462 33

» Driven Tool Holders

B Tightening torques see page 131

Please adapt
cutting data to
overhangs length

A

e IC
023 9,2
@ min. S max. f
33 mm || 3,4 mm
> &
Order No. Borfe e
min.
123465 86
Typ IC
023 o o
O min. S max. H‘
40 mm || 4,0 mm
> &
Order No. Bor.e @
min.
123464 40
123461* 55

N a— N 7 J
o oo ,:,f :,T,:,f,:,fj}t 2
e
LHA
D d hé d1 S max. LHA L L1 reeris Shaft
mm mm mm mm mm mm m
32 25 26,8 2,6 1242 11997 61,97 3 Steel
] L k|
N .
¥
/ 7/
)
N bal | o vl e A s IR
—g = ——Ur M 777\“&\ —g
e\
L
PF L "
D dg6 d1 Smax. LHA L
mm mm mm mm mm mm Inser’rs M
32 12,5 24,3 3,8 40 34,97 3 M12
L
w)
4 i
o| o| | e I
s ® mj: :‘, |
[eaw]
LHA

2d g

D dHé d1 Smax. LHA
mm mm mm mm mm
38 16 31 3,4 45,3
50 22 42 3,9 39,3

L BN Inserts
mm mm
40,97 8,4 3
34,97 10,4

Accessories
Key

134984

mimatic

Tool Systems

Spare part No.

T151P
Screw- Screw
driver
111671 107547

Screw torque max. 3,8 Nm

e

Spare part No.

T151P
Screw- Screw
driver
111671 107547

Screw torque max. 3,8 Nm

-
\

Spare part No.

T15 1P
Screw- Screw
driver
111671 107547
111671 107547

Screw torque max. 3,8 Nm

* Cutter clamping screw internal hexagon

Order No. 114684
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I Contour and Radius Milling, Chamfering, Deburring

» mimatic mi
» Driven Tool Holders

Toil DAL 013 e

Circular Milling Tools

B Inserts see page 134
B Cutting data see page 189

max.

Typ IC
013 o 12,4
© min. S max.
65 mm || 6,0 mm
oy
Order No. Borg %] D dHé di S max. LHA L BMN Inserts
min. mm mm mm mm mm mm mm
123435 65 63 27 51 6 43,5 37,5 12,4 6
P IC
013 o 12,4
© min. S max.
95 mm || 6,0 mm
-
Order No. Borg %] D dHé di Smax. LHA L BMN Inserts
min. mm mm mm mm mm mm mm
123436 95 90 32 78 6 39,2 33,5 14,4 8
2D L i
w)
]
T
S| ol oy @ — f
9| £]ay @
Typ IC \Lu
013 o 12,4 “
© min. S max.
95 mm || 6,0 mm
Eaics -
Order No. Bor.e %] D dHé di S max. LHA L BMN Inserts
min. mm mm mm mm mm mm mm
134561 - 130 125 32 113 6,0 39,2 33,5 14,4 10

136

mimatic

Tool Systems

Spare part No.

T20 1P
Screw- Screw
driver
111594 107551

Screw torque 5,5 Nm

Cutter clamping screw internal hexagon

Order No. 114695

Spare part No.

T20 IP

Screw- Screw
driver

111594 107551

Screw torque 5,5 Nm

Spare part No.

T20 1P

Screw- Screw
driver

111594 107551

Screw torque 5,5 Nm



I Contour and Radius Milling, Chamfering, Deburring mimatic

Tool Systems
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