General Purpose End Mills

2-, 3-, and 4-Flute General Purpose Solid Carbide End Mills

A wide range of diameters, lengths, and corner styles (such as 2-, 4-Flute Materials:
chamfered, sharp edge, and ball nose) are available from stock. n
v 3

3-Flute Materials:

30° Helix Angle
For roughing and finishing.

High-Quality Substrate

Eccentric Relief Improved tool life and MRR.

Edge strength and stability.

Centre Cutting
For plunging and ramping.

TIAIN PVD Coating

High tool life.
4-Aute
D002 D012/4002 4012 4004/4014/2528/4004/4014/4024
* Wide range of lengths-of-cut — short, regular, * Wide range of lengths-of-cut — short, regular,
long, and extra long. long, and extra long.
= Steel, stainless steel, and cast lron. . * Steel, stainless steel, and cast iron.
* Centre cut.
DO0O01/D011/2838/4001/4011/4021 D010/4000/4010

* Wide range of lengths-of -cut — short, regular,
long, and extra long.

* Steel, stainless steel, and cast iron.

« Centre cut ball nose.

* Wide range of lengths-of-cut — short, regular,
long, and extra long.

* Steel, stainless steel, and cast iron.

e Centre cut ball nose.

4003/4013/D003/D013 4004/4014/4024

* Centre cutting. * Reguiar length-of-cut with comer radius.

* Short length-of-cut and overall length for * Steel, stainless steel, and cast iron.
ramping applications. ’ e Centre cut.

* Steel, stainless, and cast iron.

FOR MORE INFORMATION ON THE PRODUCTS SHOWN, PLEASE SEE PAGES B61-B78.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Series 4002 4012 = Metric

feontinued)
§ L S

Dstanil X ® first choice =

ﬁ\\ AP ma 0 alternate choice E

bE— | or] o e —— P s z

BCH —| |— [ L] =

S
: :
length of cut length
catalogue number D1 D Api max L BCH TIALN

40021400T0S05 14.0 14 50,00 100 — GO02653
40021400TO50 14,0 14 50,00 100 030 5873518
401 21400TOT55 140 14 75,00 150 — GOG2654
Al 21400TOTS 14,0 14 75,00 150 030 5873519
40021600T032 16,0 16 32,00 1] 030 587520
40021600TO3ZS 160 16 32,00 ao — GOS2G5T
40021600TOS6S 16,0 16 56,00 110 — GO82658
A0021600TO56 16,0 16 56,00 110 030 5873531
401 21600TOT5S 16,0 16 75,00 150 - GOS2659
4 21600TATS 16,0 16 75,00 150 030 5873532
40021800TO38 18.0 1B 38,00 100 030 5873533
40021800TO3ES 18.0 1B 38,00 100 — GOG2G60
40021800TOG0 18,0 18 60,00 125 K] 5873534
40021800TOG0S 180 18 60,00 125 — GOS26E1
40022000TO3ES 0.0 20 34,00 104 — GO82663
A0022000TO38 0.0 20 38,00 104 030 5ATIS36
40022000TOSES 20,0 20 56,00 125 - GO2684
4 22000TOTSS 20,0 20 75,00 150 — GOS26ES
40 22000TOTS 0.0 20 75,00 150 030 5873538

* THE ALL-STAR PROGRAMME FEATURES ONLY THE MOST POPULAR PLATFORMS, GRADES, AND SIZES.
FOR THE COMPLETE OFFERING, VISIT WIDLA NOVO™ OR WIDIA.COM.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Series D001 DO11 = Metric

[ e—

ONITIII mnnns‘ X

PUOVOW
L CI¢

Apl max # first choice
O alternate choice

length of cut length
cmﬁuﬂ number o1 v] Ap1 max L
Z0 [ &00 7
IChiedr D300TO04 3.0 5} 4,00 50
DO 10700ToN 3 Elli] ] 13,00 [E]
D1 1000To S 10,0 10 19,00 72

Series 2838 « Metric

PUOVOH

_"*F‘&| # first choice

o alternate choice
o o] M ]

K -

N

5

H

length of cut length

D1 D Ap1 max L TLALN
6,0 L] 2600 [H] 5580460 |

camlnﬁ number

FOR THE COMPLETE OFFERING, VISIT WIDIA NOVO™ OR WIDIA.COM.

- * THE ALL-STAR PROGRAMME FEATURES ONLY THE MOST POPULAR PLATFORMS, GRADES, AND SIZES.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Series 4001 4011 4021 = Metric

PUOoUBEP
@

A max ® first choice
O alternate choice
L - e——— I NSNONNY o
length of cut length
catalogue number [+4] D Ap1 max L TIALN
—ﬁm‘ 10 3 4 EE] EEBOET |
4001 0150TH0S 15 3 5,00 38 SEA03RA
4001 0200 TH06 20 3 6,30 EE] 5880385
4001 0250TOOT 25 3 7.00 ] SE80380
30 E] 4,50 3 CENE T
4001 0400T012 4.0 4 12,00 50 SER0303
401104007019 4,0 [] 19,00 (] 5880395
4021 0400T0E 4.0 4 31.00 75 SE0306
4 D g 14,00 ] 6200446 |
A0210500T014 5.0 & 14,00 50 SER039T
401105007020 5.0 5 20,00 [5] 6209447
4001 060020 6.0 -] 20,00 63 5880398
(3] [ 28,00 75 5680399 |
4021 0600T0ES B0 -] 38,00 100 SE80400
4001 0800 T20 B0 ] 20,00 (] SEB040
4001 1000 To22 10,0 10 2200 76 SEA0404
10,0 10 45,00 100 SEE0A06 |
40011 200T02S 120 12 25.00 i1 SE80407
40111200T045 120 12 4500 100 SE80408
4021 1800TOTS 16,0 16 75,00 150 6209449
20,0 38,00 100 5580412 |
widia.com WI DIA BG5S
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General Purpose Solid Carbide End Mills * Roughing/Finishing
|

Application Data » Series D002 4002 » Metric

J18YX3ANI

ONITIW

TIAIN Recommended feed per tooth (fz = mm/th) for side milling (A).
For slotting (B). reduce fz by 20%.
* Cutting Speed
B —vc D1 — Diameter
‘g’ m/min
ae a min max |mm]| 1 0 4. 6,C 1 120 1 16.0 18 0
= o) LT 10 5 oM B R MO MUY MO TSN MO8 M08 MOEH M8 MO KL WX LN N LR
xD xD 150 |-] 200 fz 007 | 0.014 | 002 0.028 _% 0.044 | 0,050 | 0.072 | 0,083 | 0.002 10 08 | 0.114
s xD| 05xD | 140 [-] 190 ,007_| 0,014 | 0,021 | 0,028 | 0 X 1050 | 0,072 | 0,083 | 0.082 | 0.1 108 | 0,114
xD xD 120 |-] 180 iz 1,006 | 0.01 0.017 | 0.023 030 | 0.038 | 0.050 | 0.061 .070 | 0079 | 0.08 .085 | 0,101
x xD | 90 |- z_| 0,005 | 0.01 5 [ 0.02 1027 | 0.053 | 0,045 | 0.054 | 0, .070 | 0. 063 | 0,083 |
xD xD | %0 |-] 115 fz 06 01 0017 | 0.022 030 | 0.036 | 0,050 | 0.061 070 079 | 0.087 005 | 0,101
1 x SxD_| 60 || 80 | fz | 0,005 | 0,000 | 0.014 | 0.019 | 0.024 | 0.029 | 0.040 | 0.048 | 0. 0,063 | 0,070 | 0,076 | 0.081
1xD| 05xD | 120 |-] 150 | fz | 0007 | 0.014 | 0,021 | 0028 | 0036 | 0.044 | 0,060 | 0.072 | 0,083 | 0.002 | 0,101 | 0.108 | 0.114
1xD] 0.5xD | 110 |-] 140 | fz | 0. 0,011 | 0.017 | 0.023 | 0.030 | 0.035 | 0.050 | 0.061 | 0.070 | 0,078 | 0.087 | 0.065 | 0.101
NOTE: Lower vailue of cutting speed is used for high stock removal appiications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions. For smaller taper machining centres, please adjust parameters accordingly on >12mm diameters.
Application Data » Series D012 4012 » Metric
- Side Milling (A) TIAIN
A Cutting Speed
= A — Ve D1 — Diameter
Material| m/min
Gro aj as min max_| mm 2( 3,0 40 50 6.0 8.0 1 120 1 16.0 1
0| Aot mex [0 %D 180 | = 200 |t 00w |00 T £ -0 X ; LM WAL
Apimax |01xD] 150 | — | 200 fz 014 0.02 0028 | 0036 | 0,044 | 0060 | 0.072 0083 | 0082 | 0O 0,108 | 0.114
2 | Apl max |0,1x 40 | - 90 z 2 .02 036 | 0,044 0,072 082 E 108 | 0.114
3 | Apt max xD 20 - 60 fz 0 0.02 0.030 0.036 0,050 0.06 070 0.079 08 095 0.101
4 | Apimax [01xD|_ 80 | - 0 | ,010_| 0016 | 002 0,027 | 0,033 | 0045 | 0,054 062 | 0070 | 0077 | 0083 | 0068 |
M Apimax |0.1xD 20 = 15 fz .0 .017 0,023 0.030 .036 ,050 .061 1070 079 087 085 101 |
Apimax [01xD| 60 | - | 80 fz_| 0,008 )14 | 0,019 | 0.024 | 0,020 | 0040 | 0.048 | 0056 | 0,063 | 0070 | 0,076 | 0.08
Apimax |01xD] 120 = 150 fz 0,014 021 0,028 0.036 0,044 0.060 72 0.083 0,092 101 108 114
2| Aptmax [01xD] 110 - 140 fz 0,011 .017 0,023 0.030 0,036 0,050 61 0070 0,070 087 0,085 .10

NOTE: Lower value of cutting speed is used for high stock removal applications or for higher hardness (machinability) within group.
Higher value of cutting speed is ussd for finishing applications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions. For smaler faper machining centres, please adjust parameters accordingly on >12mm diameters.

ONINGNL

X = ALL-STAR PORTFOLIO PRODUCT. ALL-STAR PRODUCTS ARE
PROVEN SOLUTIONS THAT ARE ALWAYS AVAILABLE.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Application Data = Series D001 D011 2838 4001 « Metric

TIAIN Recommended feed per tooth {fz = mm/th) for side milling (A).
For slotting (B), reduce fz by 20%.
Cutting Speed
A B —vc D1 — Diameter
m/min_
ap 32 min max i/mm}| 1 0 30 40 6.0 8.0 1 120 140 16,0 18,0 0
Apimex|01xD| 05xD | 150 [—| 200 | &z | 0.007 ",?ﬁh .02 ﬁég 044 | 0,080 | g%’fg K ‘iie £ 0,108 ":&T
Apimax|01xD| 05xD | 150 |-1200 | &z | 0,007 | 0,014 | 0.021 | 0,028 | 0,036 | 0,044 | 0,060 | 0,072 | 0.083 | 0,082 | 0.101 | 0.108 | 0.114
Apimax|01xD| 05xD | 140 || 190 | &z | 0,007 | 0,014 | 0.02 028 | 0,086 | 0,044 | 0,060 | 0,072 0 i 108 | 0,114
Api max] 0.1xD xD | 120 |-| 160 | z | 0,006 | O, 17 | 0023 | 0030 | 0036 | 0.050 | 0.061 | 0.070 | 0,079 | 0,087 | 0.085 | 0.101 |
Aptmax]01xD .5 x D 90 |[-]1S0 | &z | 0.005 ,010 .016 | 0,02 0,027 033 | 0,045 ﬂ‘,@ 0.062 | 0.070 077 | 0,083 | 0088
Apimaxj01xD| 05xD 90 |-1 15| &z | 0.006 011 1017 | 0.027 0.030 036 ,050 0.06 0070 | 0.079 087 | 0,085 | 0.10
Aptmax|01xD| 05xD | 60 || 80 | &z | 0,005 | 0,008 14 | 0.019 | 0,004 | 0,029 | 0,040 | 0. 0.056 | 0,083 | 0,070 | 0,076 | 0.08
Apimax}01xD| 05xD | 120 |- 1@&2 0.007 014 .021 | 0.028 086 044 0,060 | 0072 | 0083 | 0.092 | 0,101 0,108 | 0.114
Aptmax|01xD| 05xD ]| 110 |-] 140 | = | 0,006 ,011 | 0017 | 0,023 | 0,080 036 | 0.050 | 0.061 | 0070 | 0,079 | 0087 | 0,095 | 0.10
NOTE: Lower value of cutting speed is used for high stock removal appiications or for higher hardness inabyility) within group.
Higher value of cutting speed is used for finishing appiications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions.
For smaller taper machining centres, please adjust parameters accordingly on >12mm diameters.
Application Data » Series 4011 4021 = Metric
Side Milling (A) TIAIN Recommended feed per tooth (fz = mm/th) for side milling (A).
Cutting Speed
A —vec D1 — Diameter
ateriall m/min
ap ae | min max_|_mm | 20 30 30 | 50 6 80 100 | 120 | 140 | 160 | 180 | 200 |
Ap! max X 150 | - | 200 z 0.014 0.02 0, 0.036 )4 072 083 0. )1 . 114
Apl max | 0.1 xD 50 - 200 fz 0,014 0.02 0,028 0,036 0.044 0,060 072 08 0,092 ., 0,108 ).114
2 |Aptmax{0.1xD 40 - 90 z 4 0.02 0.028 0.036 W4 0.060 072 083 092 ], 0.108 1114
3 |Apimax|01xD| 120 | — | 160 | = 011 | 0 0023 | 0,030 | 0035 | 0050 | 0,05 070 | 0079 | 0.08 0,095 | 0.10
4 | Ap1 max xD| 90 | - 50 73 [1] 0.01¢ 0.02 0,027 S 054 .062 070 L077 083 .088
M Apl max | 0.1 xD 90 - 15 fz 011 0.017 0,023 0,030 .036 0.050 .05 L.070 079 087 0,095 101
2 |Aptmax]01xD]| 60 - 80 fz 09 0.014 0.01 0.024 . 02¢ 0.040 048 0.056 063 070 0.076 1081
AptmaxJ01xD| 120 | — | 150 | & .014 0.021 0,028 0,035 044 0,060 072 0,083 002 ),101 0,108 1114
2 |Aptmax}01xD]| 110 | - 140 fz 0.011 0.017 0.023 0.030 036 0.050 0.051 0.070 079 .087 0.095 0.10%

NOTE: Lower value of cutting speed is used for high stock reroval appiications or for higher hardness {machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions.
For smalfer taper machining centres, please adjust parameters accordingly on >12mm diameters.

* = ALL-STAR PORTFOLIO PRODUCT. ALL-STAR PRODUCTS ARE
PROVEN SOLUTIONS THAT ARE ALWAYS AVAILABLE.

widia.com WI D IA@ B67
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General Purpose Solid Carbide End Mills ¢ Roughing/Finishing

Series D004 D014 = Metric

BUOBVY
»ICICle

# first choica

Dt X
Ao max O alternate choice
45 \
| )

| —— 1
- b ] SSSSN :
x
length of cut length
catalo number Dl D Ap1 max L BCH TIALN
——— 5O040200T004 20 5 200 =) = S50
DO $0200TDOT 20 5] T.00 5T — SEISEOS
D01 40250T D0 25 [ a.00 57 - SEISEO6
DOO40300TH0S 3.0 =] 5.00 50 — SEISEQT
D01 40300T 008 3.0 -] a.00 1) — SE25898
D01 40350T010 35 -] 10,00 57 — 5825809
DO040400TO0ES 4,0 [-] a.00 54 - BO85348
DO140400TO115 4.0 5] 11,00 57 — GOAS5349
D01 40400T011 4,0 [ 11,00 ar 0,10 562561
DO040500TH0aS 50 ] 9.00 o4 — B085361
D01 40500T0M3 50 [] 13,00 &7 0,10 SEI5034
DO140550T01 35 55 [ 13,00 57 — GOBS363
[Ti] [] 10,00 ¥ 0,10 SEI5035
DO140800T01 35 &0 [ 13,00 57 — GOES3E5
DO140600TOM3 B,0 [ 13,00 ) 0,10 SEISL3T
DO140750T01S 7.5 -] 16,00 &3 0,10 585041
DOO40B00TON 2 BO a 12,00 58 0,20 SEIS042
DO140800TOH S B0 a 18,00 (=] — GOAS3IT1
DO140800TO1S B0 a 16,00 %] 0,20 SE25043
D04 1000TO14 10,0 10 14,00 b6 020 SEIS046
DO141000TR22S 10,0 10 2200 2 — BOBS3TS
D01 41000T022 10,0 10 2200 T2 0.20 5825047
DO041200TO165 120 12 16,00 3 - BOBS3ITE
D141 200T026 12,0 12 26,00 B3 0,30 5825049
DO141200W0265 120 12 26,00 [:<] — B0853aT
D04 1600T 022 16,0 16 2200 B2 0,30 5525652
D01 41600T 032 16,0 16 3200 ] 0,30 SE35653
D1 41600W032 16,0 16 3200 &2 0,30 SEISGET

* THE ALL-STAR PROGRAMME FEATURES OMNLY THE MOST POPULAR PLATFORMS, GRADES, AND SIZES.
FOR THE COMPLETE OFFERING, VISIT WIDIA NOVO™ OR WIDLA.COM.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Series 2528 = Metric

BUOVYD
| PO

Agd max # first choice
452 \ O alternate choics
i __“‘ﬁ;‘\\'

ONITIIN mnnns| 3 3

n x B O
1
— T |_ o \ o] M -
= K -
* 5
length of cut length
catalogue numbear D1 o] Ap1 max L BCH TIALM

252B0800T0N 65 a0 1 18,00 63 — GOBG405
25280800T019 a.0 8 18,00 63 020 S825981
25281000TO22 10,0 0 22,00 T2 o020 SA259E82

widia.com WI DIA‘% BT



General Purpose Solid Carbide End Mills * Roughing/Finishing

ONITIIN mnnns| X

Series 4004 4014 4024 » Metric

PUoOBY

Dbl 3} L
Ap max # first choica
e l\ O alternate choice

— b A —

- BoH *

K -

5
length of cut length
catal mumber D1 u] 1 max L BCH TIALM
_E%M' 1.0 3 pl'ﬂ_ 36 - 5526016 |

400401 50TO0S 1.5 3 4,00 3B — Sa2601T
40040200TODE 2.0 3 6,30 EL] — Sax6018
40040250TODE 25 3 6,30 ] — Sax6019
40040300TO0S 3.0 3 8,50 38 — 5826020
401 40300TO19 3.0 3 18,00 63 — Sa26021
40240300TO25 3.0 3 25,00 5 — Sa26022
40040350T012 35 4 12,00 50 — 5826023
40040400T011 4.0 4 11,00 a0 o0 5826024
A0040400T01 15 4,0 4 11,00 50 — GOBS55TE
A0 40400T01 85 4.0 4 19,00 63 — GOBSSTT
401 40400TO19 4.0 4 19,00 63 010 SA26025
A0240400T0315 4,0 4 31,00 k-] — 6085578
40240400T031 4.0 4 31,00 75 010 Sa26026
A40040450T0 45 4.5 5 14,00 Eli] — GOB55T9
40040450T014 4,5 5 14,00 =14] 010 Sa2602T
40040500701 35 5.0 [ 13,00 50 — GOB5580
40040500T013 5.0 5 13,00 50 010 Sa26028
40040500T 0205 5.0 5 20,00 63 — GOB5581
40040500TO20 5.0 5 20,00 63 010 Sa26020
AN 40500T0305 5.0 5 30,00 5 - GOBS5562
401 40500TO30 5.0 5 30,00 5 o0 5826030
40240500T0315 5.0 5 31,00 100 — GOB5563
40240500T031 5.0 5 31,00 100 010 5826031
A0040600TES 6,0 [] 16,00 50 — GOB5564
40040600TO16 6.0 ] 16,00 50 010 5826032
AN 40600TO2ES 6,0 [] 28,00 kL] — GOB5565
401 40600TO28 6,0 [] 28,00 75 010 Sa26033
A40240600TO3ES 6,0 [ 38,00 100 — GOB55686
40240600TO38 6.0 ] 38,00 100 010 5826034
40040T00TO205 7.0 [ 20,00 63 — GOBS5ET
400407T00TO20 7.0 ! 20,00 63 010 5826035
A0040800T0215 8,0 [] 20,00 63 - 6200965
40040800T0205 a0 8 20,00 50 — GOB5568
40040800TO20 a0 8 20,00 a0 (VD] 5826036
401 40800TO2ES a.0 8 28,00 75 — GOB5560
401 40800TO28 8.0 [] 28,00 EL ] [i¥0] S82603T
A0240800T0415 8.0 ] 41,00 100 — GOB55060
40240800TO41 8,0 [ 41,00 100 (V] Sax6038
40040900T0205 9.0 9 20,00 63 — GOE5581
40040900TO20 a0 ] 20,00 63 (] 5826030
40041000TO22 10.0 10 2200 T2 020 Sa26040
40041000T0225 10,0 10 22,00 T2 — GOB5562
A1 41000T0325 10,0 10 32,00 ag — GOB55063
401 41000TO32 10,0 10 32,00 ] o020 5826041
40241000T0455 10,0 10 45,00 100 — GOB5504
40241000TO45 10,0 10 45,00 100 020 5826042
40041 200T0255 120 12 2500 an — GOB5505
40041 200TO25 120 12 25,00 -] [iE] 5826043
40141 200TO45 120 12 45,00 100 030 Sa26044
40141 200W 0455 120 12 45,00 100 — GOB5611
A1 41 200T0455 12.0 12 45,00 100 — GOB5506
40241200TOTES 120 12 75,00 150 — GOB556T
40241 200TOTS 120 12 75,00 150 030 5826045
40041400T0325 14,0 14 32,00 a3 — GOB5568
40041400TO32 14,0 14 32,00 a3 030 Sa26045
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General Purpose Solid Carbide End Mills * Roughing/Finishing

ONITIIN mnrms| X

Series D010 = Metric

Apd man

[ m— =S
Y

& first choice
o1 alternate choice

length of cut length
catal number o o] Ap1 misx L TIALM
——Da100400T611 40 5 o i

DO100500TON S 50 5} 13,00 57 SE25529
DO100600TONE 8.0 ] 18,00 5825531
DO101 DO T2 10,0 10 22,00 T2 5825532

120 12 26,00 [:=]

Series 4000 4010 = Metric
L & first choice
o1 alternate choice
o]
length of cut length
catalogue number ] o] Ap1 max L
40000200TO06 20 3 6,30 -]
40000300TO0D a0 3 9,50 28
40000300TO20 a0 3 20,00 k-]
A0000400TO14 4.0 4 14,00 50
A0100400TO25 4,0 [] 2500 s
40000500TO16 50 5 16,00 50
A0100500TO30 50 5 30,00 ]
A0000600TO16 6.0 5} 16,00 50
40100600TO18 6.0 -] 18,00 (<]
40100600TO30 6.0 G 30,00 i1
40000B0OTO1S a.0 ] 18,00 B3
40100B00TO28 a0 8 28,00 i1
40100B00TO40 8,0 ] 40,00 100
A0001 DOOTZ2 10,0 10 2200 T2
40101 000TO32 10,0 10 3200 B9
40101000T040 10,0 10 40,00 100
Q000 200TO25 120 12 2500 s
40101 200T045 120 12 45,00 150
40001 BOOTO32 16,0 16 32,00 B2
40101 BOOTOES 160 16 65,00 150
B76 WID IA widia.com



General Purpose Solid Carbide End Mills * Roughing/Finishing

Application Data » Series D014 2528 4014 4024 = Metric =

Side Milling (A) TIAIN Recommended feed per tooth (fz = mm/th) for side milling (A).
Cutting Speed
A - ve D1 — Diameter
Material m/min
ap e min max_| mm 20 3.0 4.0 50 6 80 10,0 12,0 140 1 18,0 200 |
0 |Apimax J0.1xD] 150 | — | 200 fz 0,014 0.021 0028 | 0.036 ), 044 ,050 0,072 0083 | 0.0 0.10 0,308 114
Ap1 max xD} 150 - 200 z 0.014 0.02 0.028 0.036 Ik 060 0.072 0.083 0.022 0.10 0.108 14
2 | Apt max xD| 140 | - | 190 z 014 0.02 0,028 036 ), 044 050 072 0.083 0,002 0.10 08 | 0114
3 | Ap1 max x D] 120 - 160 r4 .01 0.017 0.02 0.030 036 050 .06 0.070 0.079 0.08 095 101
4 [Aptmax|01xD| 90 | — | 150 | & 010 | 0016 | 0021 | 0,007 | 0033 | 0,045 | 0054 | 0062 | 0070 | 0077 | 0083 | 0,088 |
" Apimax |0.1xD} 90 - 115 r4 01 0.017 0.02 0.030 ).036 050 061 0.070 0.079 0.087 0,095 10
2 [Aptmax [01xD| 80 | — | 80 3 009 | 0014 | 001 0024 | 0029 | 0040 | 0048 | 0056 | 0063 | 0070 | 0,076 081_|
Apimax j0.1xD| 120 | - | 150 z 014 0.02 0.028 0.036 1,044 0.072 X 0.092 0.101 108 114
2 | Aptmax 0.1 xD] 110 | - 140 z 0.011 0.017 0,023 0.030 1,036 050 0,061 0.070 0.079 0.087 0,085 10
NOTE: Lower vaiue of cutting speed is used for high stock removal appiications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above paramefers are based on ideal conditions.For smaller taper machining cantres, please adiust parameters accordingly on >12mm diameters.
Application Data » 4004 Series * Metric
TIAN Recommended feed per tooth (fz = mmyth) for side milling (A).
For slotting (B), reduce fz by 20%. —
A B - Ve D1 — Diameter =
Material | m/min =
ap ae a min | | max |mm| 1.0 2 30 40 50 6 8,0 100 | 120 14,0 160 | 180 | 200 | -
0 | Apt max 0.1 xD xD 1150 ]-1200 | £z 1,007 | 0014 | 0,021 028 | 0035 | 0.044 | 0.060 | 0,072 | 0083 | 0082 | 0,101 | 0.108 | 0,114
Apl max | 0.1 xD xD | 150 |-| 200 | £z | 0,007 | 0.014 | 0,02 .008 | 0.035 | 0,044 | 0.060 | 0,072 | 0083 | 0,082 | O, 0.108 | 0,114
2 |Apt max 0.1 xD xD 40 |-] 190 | f2 1,007 | 0014 | 0,02 008 | 0,036 | 0,044 | 0060 | 0072 | 0083 | 0,092 | 0,101 | 0,108 | 0,114
3 [Apt max|0.1xD xD | 120 |-| 160 | &= D06 | 0.011 7 0 030 | 0,036 | 0.050 | 0,06 070 | 0.079 | 0.087 | 0.085 | 0,101 |
4 [Apt max |01 xD xD | 90 || 150 | £z | 0,005 | 0.010 | 0,016 | 0.021 | 0027 | 0.033 | 0.045 | 0,054 | 0,062 | 0,070 | 0.077 | 0,083 | 0,088
M Apt max | 0.1 xD xD 90 |-| N5 | {2 D06 11 7 X 030 | 0.036 050 | 0.08 070 | 0079 | 0.087 | 0.095 10
2 [Apt max |01 xD| 05xD | 60 || 80 | fz | 0,005 03 [ 024 | 0,029 | 0.040 | 0,048 | 0,056 | 0,063 | 0,070 | 0,076 | 0,081 |
| | Apt max |0.1x xD 120 || 1S 2 1007 14 8 | 0036 | 0.044 | 0.060 | 0.072 083 | 0082 | 0,101 | 0.108 114
2 |Apt max 0.1 xD| 05xD 110 |-] 40 | £z .006 | 0.011 .01 0.023 | 0.030 | 0.036 .050 | 0.081 | 0070 .079 | 0.087 | 0.095 .10
NOTE: Lower value of cutting speed is used for high sfock removal appiications or for higher hardness (machinability) within group.
Higher value of cutting speed is usad for finishing applications or for lower [/
Above parameters are based on ideal conditions. For smaller faper machining centres, please adjust parameters accordingly on greater than 12mm diameters.

* = ALL-STAR PORTFOLIO PRODUCT. ALL-STAR PRODUCTS ARE
PROVEN SOLUTIONS THAT ARE ALWAYS AVAILABLE.
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General Purpose Solid Carbide End Mills * Roughing/Finishing

Application Data = Series 4000 4010 = Metric

Nz w
Side Milling (A) TIAIN Recommended feed per tooth (iz = mm/th) for side milling (A).
and Slotting (B) For siotting {B), reduce fz by 20%.
A B —ve D1 — Diameter
Material| m/min
3 ae min | mm LX) 6,0 80 100 | 120 | 140 | 160 | 180
0 | Aptmax |[0.1xD 15xD | 150 fz 028 0, 0.044 0.060 0,072 0.083 0,092 0.10 108 0114
Apt max | 0.1 .5xD | 150 |- z_| 0 008 | 0 0.044 | O 0072 | 0083 | 0092 | 010 108 | 0114
A 2 | Aptmax |0.1xD 1.5xD 140 |- fz 0 028 0. 0.044 080 0.072 0.083 0.092 0 08 0,114
3 | Aptmax |01xD 15 xD 120 |- fz 0 023 0 0.036 D5 0,06 070 0,079 .08 095 0,101
4 | Aptmax |01xD 15 x D 20 |- iz 0 )02 0, 0.033 ) 04 0,054 1062 .07 .077 .083 088 |
M Apl max | 0,1xD xD 90 |- iz 0 02 0 0.036 150 0,06 070 07! 087 095 101
2 | Aptmax |01xD )5xD | 60 |- fz 0.01 0 0.029 0.040 0.048 0.056 0563 070 076 0,081 |
Apimax |01xD| 05xD [ 120 [~ z 028 ), 08¢ ,072 083 | 0092 | 0,101 108 | 0,114
2 | Aptmax |0.1xD 5xD 110 |- fz 0.023 0.036 0.050 0.061 0.070 079 0.087 095 0,10
NOTE: Lower vaiue of cutting speed is used for high sfock removal appiications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing spplications or for lower hardness {machinability) within group.
Above parameters are based on ideal conditions. For smaler taper machining centres, please adjust parameters accordingly on >12mm diameters.
Application Data » Series D010 » Metric
Side Milling (A) TIAIN Recommended feed per tooth (fz = mm/th) for side milling (A).
Cutting Speed
A —ve D1 — Diameter
aterial m/min
ap ae | min max | mm .0 40 50 6 8.0 100 120 140 16.0 18,0 200 |
0 [Apimax [01xD| 150 [ — | 200 | f= 02 D28 | 0035 | 0.044 060 | 0072 | 0083 082_| 0,101 108 114
Apimax |01xD} 150 - 200 72 a2 e 0.036 0.044 .060 0.07. 0.083 092 0101 1108 4
M 2 | Apimax |[01xD| 140 | — 9 | 2 ,02 02| 0.035 0,044 060 0,07: 0,083 092 0.101 108 114
3|Apimax [01xD| 120 - 60 fz [oX ).02: 0.030 0.036 050 0.06 0.070 079 0.087 095 01
4 [Apimax [01xD| 90 | — | 150 | = ,016 .02 0027 | 0033 | 0045 | 005 0,062 070 | 0077 083 088 |
] Apimax | 0.1xD 90 = 15 iz 7 0c 0.030 0.036 050 0.06 0.070 079 0.087 0,095 .10
2 [Apimax [01xD| 60 | — | 80 | & 4 0 0024_| 00029 040 | 0,048 055 063 | 0070 | 0,076 081_|
Apimex [01xDJ 120 | - 150 3 2 o8 0. 0.060 72 083 092 0.101 108 114
2| Apimax |01xD] 110 - 140 fz A 023 0.030 0,036 0.050 0,061 0.070 079 0,087 0,035 1101

NOTE: Lower value of cutting speed is used for high stock removal appiications ar for higher hardness (machinability) within group.

Higher value of cutting speed is used for finishing
Above parameters are based on ideal conditions. For smaller faper machining centres, please adjust parametars accordingly on >12mm diameters.

applications or for lower

* = ALL-STAR PORTFOLIO PRODUCT. ALL-STAR PRODUCTS ARE

PROVEN SOLUTIONS THAT ARE ALWAYS AVAILABLE.

(machinability) within group.
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