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CMT

Vertical M||||ng CMTIZEEIE LSk TR

Advantages

e Ground profile inserts for high precision and excellent performance.
e Working at high machining parameters, with high surface quality.

® Solid and accurate clamping method enables full repeatability.

® Same insert and holder for right-hand or left-hand threads.

O

Toolholders include weldon shank and coolant bore.

1. SREEHNR, SHO%E. 2. TRESNISHET, SRERE. 3. BRTRRNRESE, NHRUEERES.
4. HRAZDRMDFAIRTEFREFRIAIR ., 5. JHHEMEITFRILEL.

cwr mi#75 CMT Straight Flute Inserts

Carbide Grade: MT7 #EHEES&#MBER: MT7

Inserts are available in MT7 Sub-Micron Grade with Titanium Aluminum
Nitride multi-layer coating (ISO K10 - K20). This is a general purpose grade,
covering a very wide range of materials.

TDEMEMT7, THMAIRRKEAR (TIAIN) ZERE (1ISO K10-K20) , X2—MEBMER,
EEMHEEIEER.

CMT Spiral Multi Flute Inserts cvr=s, smens

® Multi flute: 4-8 cutting edges =5, a-84MI517]
® Spiral flute for smooth cutting igjzsz, 1T

The new cutters are designed for large range of materials
including hardened steel up to 62 HRc.

FDEIRIT R AT BEEMME, BEFENEEA62HRC,

Advantages =

- Longer tool life kmnass

- High material removal and higher feeds results increased productivity simspzsnmssrsns
- Excellent surface finish #iroxmseizeE

- Reduced cycle time @ mTatia

- Low cutting forces due to the spiral multi flutes ssgizig, tEine

Carbide Grade: MT8 ®Emag#t&: MTs

Sub Micron grade with advanced PVD triple coating (ISO K10-K20).

Extrg}mely high heat resistant and smooth cutting operation, high performance, for all machining
conditions.

Titidk, FHMPVD=ERE (K10-K20) . $F3EMMAENTFRNIE, Si46E, ERTRAMIEMA.
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Product Identification - ordering Codes

‘ c10 c12 c18 25
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CMTZ5] BRaSSMR
PIHIER
60°/55° G E F
ISO/UN
A, D, G, N, Q s55°E 24y
=B F 26 DIN 103 #2484
C=RlAE ACME R84
CR=ElIf 7] I
F=mE#t D458k
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CMT Spiral Multi Flute Inserts
CMTIZfEiEZ1E I R/

CMT!l%)Ei‘;ITﬁﬁ &5 I
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Product Identification - Ordering Codes =imin-iTsimn
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Partial Profile 60° - I1SO, UN

Same insert for internal and external thread
60°5CESF - 1ISO / UNEH
1BRE8Y7] R A/IMESGER

1] GEHmIR

Int. 0.5-0.8 56 - 28 =
C10 A60 10.0 2> 11 @=12 | H1,1.1,2 15,16,17
Ex. 0.4-0.8 64 -32
c10
Int. 1.0-2.0 28-13
C10 G60 10.0 =12 0 =14 H1,2, 15,17
Ex. 0.8-1.75| 32-15
Int. 0.5-0.8 56 - 28
C12 A60 12.0 =13 0=>14 H3, 3'1";’05'18'19'
Ex. 0.4-0.8 64 - 32
Int. 1.0 - 2.0 28-13
c12 C12 G60 12.4 o >14 0>16 H3,4,5,18, 19, 20
Ex.0.8-1.75 32-15
Int. 1.5-2.5 18-11
C12 AG60 12.4 Q=15 017 H3, 4, 5, 18, 20
Ex. 1.25-2.0 24-13
Int. 0.5-0.8 56 - 28
C18 A60 17.8 =19 g=19
Ex.0.4-0.8 64 -32
Int. 1.0 -1.75 28 - 14
c18 C18 G60 17.8 0=>20 o =21 H51 ’2‘;"22’26 ’273: 89,
Ex.0.8-1.5 32-16 » £6
Int. 2.0- 3.0 13- 8
C18 D60 17.8 =21 9=23
Ex. 1.75-2.5 15-10
Int. 1.5- 2.5 16-10
C25 G60 25.0 0>28 9 =30
Ex.1.0- 2.0 28-13
Int. 3.0- 5.0 8- 5
c25 C25 N60 25.0 230 0=34 H10, 11, 24, 25
Ex. 25- 4.5 10- 6
Int. 5.0- 6.0 5- 4
C25 Q60 25.0 0 >34 =35
Ex. 45- 5.0 6- 5

* For complete toolholder description see pages 23-24 £ #R37]iFi508 1 $23-24T1




c MT Ve rt i ca I M i I | i n g CMTILERIRLBETD @ Carmex Precision Tools Ltd.

o SEESF, ISO/UNER
Partial Profile 60°- ISO, UN 3 s srmnstens

Same insert for internal and external thread
Multi Flute =#&/27)

<
&€
S
o

1] BEATIR

Int. 1.085 | 287 o H3. 34 4
S17 S160 F AG60 16.0 6 =20 =22 5 1’8 19 2’0
Ex. 0.8-3.0 32-8.5 IR
Int. 1.5-2.5 16-10 H5.1,5.2, 6,
$200 F G60 20.0 6 J=23 =25 7,8,
Ex. 1.0-2.0 28-13 9,21, 22, 23
S20
Int. 3.0-5.0 8- 5
S$200 D N60 20.0 4 =25 J=29 H5.1, 5.2, 21
Ex. 2.5-4.5 10-6
Int. 3.0-5.0 8-5
S350 F N60 35.0 6 =38 =40 H12, 13, 14, 26
Ex. 2.5-4.5 10-6
S35
Int. 5.0-6.0 5-4
S350 F Q60 35.0 6 @=40 =44 H12, 13, 14, 26
Ex. 4.5-5.0 6-5

Partial Profile 60°- NPT .

Same insert for internal and external thread >
60° NPTSEEF
18R 7] /eI T A /MENX

TT5ERIR

C10 C1018 NPT 18 1/4 - 3/8 10.0 H1,1.1,2, 15,17

Cc18 C1814 NPT 14 1/2-3/4 15.8 H5.1, 5.2, 21
C25 11.5NPT 11.5 1-2 25.0

C25 H10, 11, 24, 25
C25 8 NPT 8 =21/2 25.0

* For complete toolholder description see pages 23-24 2B 71 %8 W 5523-24T1
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Partial Profile 55° - BSP(G), BSF, BSW

Same insert for internal and external thread

55°EE F-BSP (G) /BSF/BSW \&@&@
HRE7] AT AT ASIMRL ST

NRES ITEEARIA RMBRNEEZ RS

c10 C10 G55 19-14 10.0 0213 H1,2, 15,17
C12 G55 28-19 12.0 @214 H3,3.1,4, 5,18, 19,
ci2 20
C12 N55 14- 11 12.2 ©=16 H3, 4, 5,18, 20
H51,52,6,7,8,9
ci8 C18 G55 14- 8 18.0 0223 o1 35’05
c25 C25 N55 75 25.0 0231 H10, 11, 24, 25

Partial Profile 55° - BSP(G), BSF, BSW

Same insert for internal and external thread

Multi Flute S
55°3EEF-BSP (G) /BSF/BSW o
18E7] /el B F A 7MEN \

2 TED)!

NRES ITEEARIA FECEE DRER BRI RBNEEZ RS
H3, 3.1, 4,
S17 S$170 F G55 11-8 17.0 6 0=18.5 518.19.20
H5.1,5.2, 6, 7,
s20 $195 F G55 14 19.5 6 J=z23 8.9.21, 22 23
$200 D N55 8-6 20.0 4 J=25 H5.1, 5.2, 21

* For complete toolholder description see pages 23-24 £ &[ 7J4Fi508 1 823-24T1




CMT Ve rt i ca I M i I I i n g CMTILIRIBLHET) @ Carmex Precision Tools Ltd.

Full Profile - ISO

Inserts for internal thread
STEETF-ISO, REEATAIEL

JRBE ITEHRIRIR AHIFEF NI aE
C1010.5 1SO 05 M10, M12 6 9.0
C1010.751SO 0.75 M12 4 100 | 11 112 15, 16,
C1011.0 1SO 1.0 M12, M13 3 10.0 17
c10
C1011.5 ISO 15 M13, M14 2 10.0
C1011.751SO 1.75 M12 1 9.6
H1,2, 15,17
C1012.0 ISO 2.0 M14 M18 1 10.0
C1210.5 ISO 0.5 M13-M18 6 12.0
C1210.751SO 0.75 M13-M18 4 12.0
H3, 3.1, 4,5, 18,
C1211.0 ISO 1.0 M14-M19 3 12.0 16,20
c12 C1211.5 ISO 15 M15-M19 2 12.0
C1212.0 ISO 2.0 M16 M18, M20 1 12.4
C1212.5 ISO 25 M18, M20 1 12.0
H3, 4, 5,18, 20
C1213.0 1SO 3.0 M24 1 12.4
C1810.5 ISO 0.5 M19-M60 9 17.8
C1810.751SO 0.75 M19-M60 6 17.8
C1811.0 ISO 1.0 M20-M60 5 17.8
c1811.5 ISO 15 M20-M60 3 178 | 15.1.526.7.8,
c18 9,21, 22,23
C1812.0 ISO 2.0 M21-M60 2 17.8 21,22,
c1812.5 1SO 25 M22 2 17.8
C1813.0 ISO 3.0 M24, M27 M28-M60 1 17.8
C1813.5 ISO 35 M30, M33 1 17.8
C2513.0 ISO 3.0 M32, M33 M30-M80 2 25.0
C2513.51SO 3.5 M33 1 25.0
C2514.0 ISO 4.0 M36, M39 M48-M80 1 25.0
c25 C2514.5 1SO 45 M42, M45 1 25.0 H10, 11, 24, 25
C2515.0 ISO 5.0 M48, M52 1 25.0
C2515.5 1SO 5.5 M56, M60 1 25.0
C2516.0 ISO 6.0 M64, M68 M70-M80 1 25.0

* For complete toolholder description see pages 23-24 £Z87J#Fi%0A R 5523-24T1
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Full Profile - ISO

Inserts for internal thread
Multi Flute
STRIF-1SO, HEERATHEL

218/27)

TERE iTEARIR NHNEF  AHEF 0 B DRER GH8 RS
s17 S160F251S0 | 25 M20 1 60 | & |1 3i19',42’05’ 18,
S163H1.01SO | 1.0 M18-M60 | 5 16.3 8
S175 H 1.5 1SO 15 M20-M60 | 3 17.5 8
S186 F 2.0 ISO 2.0 M22-M60 | 2 18.6 6
S178 F 2.51SO 25 M22 2 17.8 6 H.1,5.2. 6,7
20 S189 F 3.0 ISO 30 | M24,M27 | M28-M60 1 18.9 6 8,9,21,22,23
S$200 F 3.5 1SO 35 | M30,M33 1 20.0 6
$200 F 4.0 1SO 40 | M36,M39 | M4O-MEO | 1 20.0 6
S200E451SO | 45 M42 1 20.0 5
S200D5.01SO | 50 | M48, M52 1 20.0 4 H5.1, 5.2, 21
S350 F 4.5 1SO 45 M45 M54 1 35.0 6
5% S350 F 6.0 1SO 60 | Me4, M68 1 35.0 6 | H12, 13,14, 26
S350 F 8.0 1SO 8.0 M130-M200 | 1 35.0 6

* For complete toolholder description see pages 23-24 £E87J4Fi5% B8 W1 5523-24T1
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X
. «\*"‘e
O

ICK)

Full Profile - UN

Inserts for internal thread
CMT5EEF-UN

SEEAT ALY
iTEIRR BRI/ AR UNMES  UNZEZF UNBET 58 JRER RS
C10120UN | 20 172 2 100 |41 11,2
C10118UN | 18 6 2 100 | 15.16,17
c1 C10113 UN 13 12 1 100 | 1.2 15,
C10112UN | 12 | 5/8,11/16,3/4 916 1 10.0 17
C12132 UN 32 9/16, 5/8 3 12.0
C12128 UN 28 | 916,5/8,11/16 3 12.0
C12124 UN 24 % }16}156’8' 2 12.0 3,344
C12120UN | 20 | 9/16,5/8, 11116 314 2 120 | 51 3619’
C12 C12118UN | 18 5/8 2 12.0
C12116 UN 16 5/8, 11116 3/4 1 12,0
C12112UN 12 5/8 1 12.4
C12111 UN 1 5/8 1 120 | 3 4
C12110 UN 10 34 1 120 | 51820
C18132UN 32 3/4,1316,7/8 6 17.8
C18128 UN 28 3/4,13/16, 7/8 5 17.8
C18124 UN 24 4 17.8
C18120UN | 20 | 11/16,118 134153’1;’8’ 3 | 178
C18118 UN 18 3 17.8 ';571 ’85"';’
c18 C18116 UN 16 7/8, 1 3 17.8 | 21,22,23
C18114 UN 14 718 2 17.8
C18112 UN 12 78 1,11/8 2 17.8
C18111 UN 11 2 17.8
C181 9UN 9 718 1 17.8
Ci181 8UN 8 1 1 17.8
C251 8 UN 8 |13/16,11/4,15/116 2 25.0
C251 7UN 7 11/4 1 25.0
C25 | €251 6UN 6 | 17161916 | 138, 11/2 1 | 250 DO
C251 5UN 5 13/4 1 25.0 ,
C251 4UN 4 2172, 23/4 1 25.0

* For complete toolholder description see pages 23-24 &R 7J4FixAA M 523-24T51
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Full Profile - UN

Inserts for internal thread

Multi Flute
SERF-UN, REEATHIENX

Z1E/27)

JIRES T &R SREE/OF 4N ATREALAR UN# UNZHZF UN%s NE T REZ ESH TIRES

H3, 3.1, 4,
S17 S150 F 10UN 10 3/4 1 15.0 6 5,18, 19,
20
S160 H24 UN | 24 1116 4 16.0 8
3/4,
13/186,
S169H20 UN | 20 778, 4 16.9 8
15/16,
1
S164 F 16 UN 16 |7/8,15/16, 1 3/4 3 16.4 6
H5.1, 5.2,

S191 F 14 UN 14 7/8 2 19.1 6 6,7,8,9,
S20 21,22, 23

S186 F 12 UN 12 | 7/8,15/16 1 2 18.6 6

S178 F 9 UN 9 7/8 1 17.8 6

S200 F 8 UN 8 11/8 1 1 20.0 6

S200 F 7 UN 7 11/8,11/4 1 20.0 6

S200 E 6 UN 6 1716 13/8,11/2 1 20.0 5

$200 D 5 UN 5 13/4 1 20.0 4 H5'12’15'2’

5 3

- S350 F 8UN 8 |15/8,13/4 1 2 35.0 6 H12, 13,

S350 F 4 UN 4 2 /2’32 84, 1 |350| 6 14,26

* For complete toolholder description see pages 23-24 £ E87]#FiHB 1 §23-24T71
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G 55 ’ BSW, BSF, BSP G 55° BSW/BSF/BSP

Same Insert for internal and external thread

H8E7] R AT RF A IMEL

RARS iTHEHTIR TDRER TS
Cc10 Cc1019 W 19 G 1/ 2 100 |H1,1.1,2,15,16,17
c12 ci1219w 19 G38 2 120 3&19’ ‘;’05’ 18
c1814 W 14 G12-718 2 178 | H51 52 6.7.8.9
ce By
c18 11w 11 G=1 2 17.8 e

Trapez - DIN 103

Inserts for internal thread

30° 1$HZI24L-DIN 103
HEEA TR

RES 1B AmIA : IR TFES

C10 Ci1012TR 2.0 Tr16x2, Tr18x2 10.0 H1,2,15,17
C12 C1212TR 2.0 Tr20x2 12.0 H3, 4, 5, 18, 20
C1813 TR 3.0 Tr24x3 17.8 H5.1,5.2,6,7,8,9, 21,22, 23
C18 Ci1814 TR 4.0 Tr26x4 17.8
H5.1,5.2, 21
Ci815TR 5.0 Tr28x5 17.8
C25 C2516 TR 6.0 Tr36x6 25.0 H10, 11, 24, 25

* For complete toolholder description see pages 23-24 £EF87J#FiH08 I 5§23-24T1
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Acme

Inserts for internal thread

29° EFE ACMEE 2L
HEERTHRL

T B HRIR ] IREHg
Cc18 C1815 ACME 5 11/8,11/4 18.0 H5.1, 5.2, 21
C25 C2514 ACME 4 11/2,13/4, 2 25.0 H10, 11, 24, 25

Round-DIN 405

30° Round-[El5[[li45-DIN405

T ERR

H5.1,5.2,6,7,8,9, 21,
c18 C18 1/8RD 8 1/8RD 17.8 20,23
C18 1/6RD 6 1/6RD 17.8 H5.1,5.2, 21
C25 C25 1/4RD 4 1/4RD 25.0 H10, 11, 24, 25

* For complete toolholder description see pages 23-24 £ ZR7]Fi5BA R 5523-24T1

14
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Chamfering and Grooving
BIEAHSE e

O

RES T HERR DRER LIEI7] 5 fmmE THFES
C10 C10 C90 10.0 1.30 0.4 90° H1,2, 15,17
C12 C12 C90 12.0 1.35 0.3 90° H3, 4,5, 18, 20
. H5.1,5.2,6,7,8,9, 21,
C18 C18 C90 17.8 1.95 1.1 90 20,23
C25 C25 C90 25.0 2.50 1.0 90° H10, 11, 24, 25

Chamfering, Grooving and Boring

Multi Flute
G/t et
218/27) 0

TR HETE - TE S

s17 SC160 E H14 16.0 1.35 0.2 90° 5 H3, 3.1, ‘;'05’ 18,19,
SC170 E H14 17.0 1.35 0.2 90° 5 |He6,78,09 21,22 23
$20 SC200 F H14 20.0 1.35 0.2 20° 6 H5.1,5.2,6,7,8,9,
SC200 F H24 20.0 2.35 0.2 90° 6 21,22,23
S35 SC350 F H42 35.0 4.20 0.2 90° 6 H12, 13, 14, 26
SC200 F H20 20.0 1.95 1.0 90° 6
SC200 F H17 20.0 1.70 15 20° 6 H5.1.5.2.6.7.8, 9,
520 21,22, 23
SC200 F H15 20.0 1.50 2.0 90° 6 , 22,
SC200 F H12 20.0 1.20 25 90° 6

* For complete toolholder description see pages 23-24 &8 7J#Fi5% 08 1 5523-24T1
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H max a

Dovetail 45°

Multi Flute
45° &R ]
Z1E/27)

NRES

o H3, 3.1, 4,5, 18,
S17 SC170 F A45 17.0 25 0.1 45 6 19, 20
. H5.1,5.2, 6,7, 8,
S20 SC200 F A45 20.0 3.0 0.1 45 6 9,21.22 23
R
R
Groove Milling
il
1Bt Detail A

NRES ITEEARIA £ ES RVER THFES

c10 wos 10.0 0.80 0.80 0.1 @>10.0
C10 W09 10.0 0.90 0.90 0.1 o>100 | 11215
c10 Cc10 W10 10.0 1.00 0.90 0.1 ©>10.0
C10 W15 10.0 1.50 1.20 0.1 2>10.0
Hi, 2, 15, 17
C10 W20 10.0 2,00 1.20 0.1 @>10.0
C12 wos 12.0 0.80 0.80 0.1 @>120 | 14331 4.5 18,
Cc12 W10 12.0 1.00 0.90 0.1 @>12.0 19,20
i c12 wioT 12.3 1.00 1.60 0.2 9>12.3
1
C12 W15 12.4 1.50 1.60 0.1 0>12.4
H3, 4, 5, 18, 20
c12 W20 12.4 2.00 1.60 0.1 0> 124
Cc12 W25 12.4 250 1.60 0.1 0>124
c18 W10 17.8 1.00 1.50 0.1 0>17.8
H5.1,5.2, 6,7, 8,
e c18 W12 17.8 1.20 1.50 0.1 0>17.8 5 5y B0 2
C18 W15 17.8 1.50 1.95 0.1 0>17.8
C18 W20 17.8 2.00 280 0.1 0>17.8 H5.1,5.2, 21
C25 W20 25.0 2,00 3.00 0.2 9 >250
C25 W25 25.0 250 3.00 0.2 0 >250
C25 W30 25.0 3.00 3.00 0.2 0>250
c25 H10, 11, 24, 25
C25 W35 25.0 3.50 3.50 0.2 0>250
C25 W40 25.0 4.00 3.50 0.2 0>250
C25 W50 25.0 5.00 3.50 0.2 0 >250

* For complete toolholder description see pages 23-24 £E87J#FiHAB M §23-24T1
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Groove Milling .

DIN 471/472
DIN 471/472 &% 7]

Detail A

IR R

C10 wos7 10.0 0.8 0.87 1.3 0 J>10.0
C10 W097 10.0 0.9 0.97 1.3 0 @>10.0

C10 C10 w121 10.0 1.10 1.21 1.3 0 J>10.0 |H1,2,15,17
C10 w141 10.0 1.30 1.41 1.3 0.1 @>10.0
c10 w171 10.0 1.60 1.71 1.3 0.1 @>10.0
C12 w121 12.4 1.10 1.21 1.7 0 >124

C12 C12 w141 12.4 1.30 1.41 1.7 0.1 J>124 H3, 42’05’ 18,
C12 w171 12.4 1.60 1.71 1.7 0.1 g>124
C18 w121 17.8 1.10 1.21 29 0.1 J>17.8

c18 C18 w141 17.8 1.30 1.41 29 0.1 >17.8 H5.1, 5.2, 21
c18 w171 17.8 1.60 1.71 29 0.1 J>17.8
C18 W196 17.8 1.85 1.96 2.9 0.15 >17.8

* For complete toolholder description see pages 23-24 £EF87J#Fi1H 08 W 5§23-24T1
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Groove Milling

Multi Flute
&%
ZiE/Z7)

1T 5E#RIR

SG170 F W15 17.0 1.5 2.8 0.2 a>17 6

S17 SG170 F W20 17.0 2.0 2.8 0.2 g>17 6 H3, 3%;”205’ 18,
SG170 F W25 17.0 25 2.8 0.2 g>17 6
SG200 F W15 20.0 1.5 2.9 0.2 g>20 6
S$G200 F W20 20.0 2.0 2.9 0.2 J>20 6

520 SG200 F W25 20.0 2.5 2.9 0.2 @>20 6 H59.1 ,2?22,26,27:; 8,
SG200 F W30 20.0 3.0 2.9 0.2 g>20 6 e Es
SG200 F W40 20.0 4.0 2.9 0.2 g >20 6
SG200 F W49 20.0 4.9 2.9 0.2 J>20 6
SG200 E W20T 20.0 2.0 3.7 0.2 @ >20 5

S20 S$G200 E W25T 20.0 25 3.7 0.2 J>20 5 H5.1,5.2, 21
SG200 E W30T 20.0 3.0 3.7 0.2 g >20 5
SG350 F W30T 35.0 3.0 6.3 0.2 @>35 6
SG350 F W40T 35.0 4.0 6.3 0.2 @ >35 6

S35 SG350 F W50T 35.0 5.0 6.3 0.2 @ >35 6 H12, 13, 14, 26
SG350 F W60T 35.0 6.0 6.3 0.2 J>35 6
SG350 F W80T 35.0 8.0 6.3 0.2 @>35 6

* For complete toolholder description see pages 23-24 258 7J4Fi5%08 1 5523-24T1
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Groove Milling DIN 471/472 {&%:7), SH8/27)

Multi Flute Wﬁj ]HR
12 e
DIN 471/472 s

SG200 F w121 | 20.0 1.10 1.21 4.0 0 @>20 6
SG200 F W141 | 20.0 1.30 1.41 40 | 0.1 @>20 6
S20 H5.1,5.2, 21
SG200 F W171 | 20.0 1.60 1.71 4.0 | 01 J>20 6
SG200 F W196 | 20.0 1.85 1.96 4.0 | 0.1 @>20 6

Full Radius Groove Milling

R~ R1&%7)

T max

Detail A

NRES T RIR £ P R/VER THFES
C12 C12 R11 12.4 1.1 2.2 1.7 g>12.4 H3, 4,5, 18, 20
C18 R08 17.8 0.8 1.6 2.9 @>17.8
Cc18 H5.1,5.2, 21
C18 R11 17.8 1.1 2.2 2.9 J>17.8

* For complete toolholder description see pages 23-24 £ZR7]4Fi%AA M 523-24T1
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Full Radius Groove Milling

Multi Flute
R~ R &%

Z1E/27)

S20

SG200 F R10

SG200 F R12
S$G200 F R15
SG200 F R20

20.0
20.0
20.0
20.0

1.0
1.2
1.5
2.0

2.0
24
3.0
4.0

o o o O

H5.1,5.2, 6,
7,8,9, 21,
22,23

Face Milling and Finishing

[ETE VAL g7 P

RES ITEE 4RI NRER NREE JIRR
C10 C10 F RO.1 10 3.0 0.1 H1,1.1,2, 15,16, 17
C12 C12 F RO.1 12 3.0 0.1 H3, 3.1, 4, 5,18, 19, 20
Cc18 C18 F RO.1 17.8 5.0 0.1 H5.1,5.2,6,7,8,9, 21,22, 23
C25 C25 F R0.2 25.0 6.0 0.2 H10, 11, 24, 25

* For complete toolholder description see pages 23-24 £ &B87]#FixBA R 5523-24T1
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Corner Rounding =7

TRES ITEE 4RI NRERZ WERT

C10 CRO5 10.0 79 05 1.05
c10 H1,1.1,2, 15,16, 17
C10 CR10 10.0 6.9 10 155
C18 CR13 17.8 14.2 125 1.80
c18 C18 CR15 17.8 137 15 205 | 152678921,
22,23
C18 CR20 17.8 127 2.0 255
C25 C25 CR30 25.0 177 3.0 3.60 H10, 11,24, 25

Corner Rounding mss:7 - sws7
Multi Flute

S ‘j.o
w
el

K~
IE

jw)
o

TRES ITEEARIR NRER WERT R BREE  BEIE VAL yichoy

$170 E CR10 17.0 139 10 155 5
S17 S170 E CR13 17.0 13.4 125 1.80 5 H3, 3i1é ‘;’05’ 18,
S170 E CR15 17.0 12.9 15 205 5

* For complete toolholder description see pages 23-24 £E8 7] 50 I 5823-24T1
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Front and Back Corner Rounding . mramss:n

0.1

0.1

Do

Detail A

TT5EARIR f mANE  BRAIT

C10 C10 CRDO8 10.0 8.2 0.8 1.2 0.90 H1,1.1,2, 15, 16, 17

H5.1,5.2,6,7,8,9,

Cc18 C18 CRD15 17.8 14.6 1.5 1.8 1.60 21,22, 23

C25 C25 CRD20 25.0 20.7 2.0 2.0 2.10 H10, 11, 24, 25

Front and Back Corner Rounding . rxamms:n
Multi Flute zs/z7

ol
oS
IR

0.1

Do
Detail A

TIRRE SET TEEE &R RNEEARDT) BT TIFFRIE
S17 | S170 F CRDO8 17.0 152 0.8 12 | o0 | e | H333 ‘;’05’ 18,19,
H5.1,5.2.6,7, 8,9,

S20 | $200 F CRD15 20.0 16.8 15 | 18 | 160 | 6 or 352

* For complete toolholder description see pages 23-24 228 7]4Fi5%H8 Il 5523-24T1
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Steel Toolholders sm#ni, wea3

With internal coolant

DZ‘

iTHATIR THEEE W BAHE  ARKE Rk JRET HBRE
H1 SRC 1210 E 12 7.3 19 70 S5 K5
H1.1 SRC 1210 F c10 12 8.0 25 80 S5 K5
Ho SRC 1610 G 16 7.3 19 90 S5 K5
H3 SRC 1212 E 12 9.0 25 70 S10 K10
H3.1 SRC 1212 G ci2. 12 10.0 40 90 S10 K10
H4 SRC 1612 G S17 16 9.0 25 90 S10 K10
H5 SRC 1612 H 16 9.0 35 100 S10 K10
H5.1 SRC 1618 F 16 12.0 25 80 S16 K16
H5.2 SRC 1618 G 16 12.0 40 90 S16 K16
He SRC 1618 H cis, 16 138 48 100 S16 K16
H7 SRC 2018 H 520 20 13.8 32 100 S16 K16
Hs SRC 2018 J 20 138 48 110 S16 K16
Ho SRC 2018 L 20 13.8 74 140 S16 K16
H10 SRC 2525 J 25 17.5 45 15 S27 K27
H11 SRC 2525 M cz 25 175 80 150 S27 K27
H12 SRC 2035 K 20 22,0 44 130 S33 K33
H13 SRC 2535 H S35 25 220 40 100 S33 K33
H14 SRC 2535 K 25 22.0 60 130 S33 K33
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Carbide Shank Toolholders ®=mazn#, #eai

With internal coolant

2R TR IRET HERF

H15 CRC 0810 L35 K 8 7.3 35 125 S5 K5
H16 CRC 0810 K c10 8 8.0 125 S5 K5

H17 CRC 1010 L45 M 10 7.3 45 150 S5 K5

H18 CRC 1012 L40 M 10 9.0 40 150 S10 K10
H19 CRC 1012 M e 10 10.0 150 S10 K10
H20 CRC 1212 L57 P 12 9.0 57 165 S10 K10
H21 CRC 1218 P 12 12.0 170 S16 K16
H22 CRC 1618 L48 R R 16 13.8 48 195 S16 K16
H23 CRC 1618 L74 R 16 13.8 74 195 S16 K16
Ho4 CRC 1625 R 16 175 28 205 s27 K27
H25 CRC 2025 L85 S ©2 20 17.5 85 250 s27 K27
H26 CRC 2035 S S35 20 22.0 37 260 33 K33

Toolholders without Weldon JJ#F:& B &lFE4A
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CMT Multi Insert Milling Cutters cur z7 s

CMT indexable milling inserts and cutters for
Grooving, Chamfering and Threading
CMT EI§$Ist I K AIDR, ATFHE. SRR

Inserts 711

® [nsert profiles are fully ground 7155z 2 ERE

® Spiral inserts for smooth cutting operation gz 5 a7 FiamT
® Three cutting edges on each insert &471 534 04170

® For a wide range of materials and applications & zsEEH#

Carbide grade: MT7 m@EmastE MT7

Milling cutters / Disc milling cutter
EXBBRRANE

® 4 - 8 inserts per holder, for high productivity

® For use with Carmex standard CMT S35 toolholders

® The milling cutters are coated with a special layer (silver color) for high
anti-corrosive resistance and extra protection against cutting burrs

1. IS TIRREA-8NTIR, BREER,

2. {EACarmextrf CMT S357]#F,

3. RTBNH—TREIRE, SWEM. fERMFMHIIEER,
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Product Identification - Ordering Codes =a#min-Tstmin

Inserts 714
Sp.lral CMT G= Groovmg 16= Inser"f size R=Right hand Groove depth Carbide Grade
insert C = Chamfering IC3/ HO5= 0.5 mm
#2hECMT ] | T=Threading 16=7] B 1148 R=GF BEREEMRA
IC 3/8 Y  {&RH05=0.5mm
G=Ht1g :
: = Grooving
C=fIf W12 = groove width
T=484Y 12mm
HO5 = groove depth
Chamfering
H20 = chamfer size
20mm
Threading
partial profile G60/N60
&
W12=t£%31.2mm
HO5=H&:R
)]
H20=IAM+g&2.0mm
Toolholders 714 843
JEEIZFG60/N60
Clamping Shank Cutting Insert type
method Diameter Diameter 116=1C3/8"
S=Screw 12 41=41 mm TIEEE, | 16=IC 3/8
KiFHE, S=HAFTHIR PHIERZ, 41=41mm
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Groove Milling s

DIN 471 /472

1T 5EAmIR

SG 16 R W14 1.40 0.10
SG 16 R W17 1.70 0.10
SG 16 R W19 1.95 0.15
SG 16 R W22 2.25 0.15 H27, 28, 29
SI16 3/8"
SG 16 R W27 2.75 0.20
SG 16 R W32 3.25 0.20
SG 16 R W42 4.25 0.20
SG 16 R W43 4.35 0.20 H27, 29, 30

Right hand cutting AFUHI

1T 5EmIR

SI16 3/8" SG 16 L W43 4.35 0.20 H30

Left hand cutting 4741
*Maximum groove depth (T max) according to the toolholder. A& REURTF JJHF

* For complete toolholder description see pages 30-31 £&R7]4Fi5 80 N 5530-31T1
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Groove Milling with Chamfer wearas

R
1.C.

DIN 471 /472

T HEARR

SG 16 R W12 HO5 1.20 0.50
SG 16 R W14 HO7 1.40 0.70
SG 16 R W14 HO08 1.40 0.85 0.10
SG 16 R W17 HO8 1.70 0.85
SG 16 R W17 H10 1.70 1.00
si16 38" SG 16 R W19 H12 1.95 1.25 a5 Ho7, 28, 29
SG 16 R W22 H15 2.25 1.50
SG 16 R W27 H15 2.75 1.50
SG 16 R W27 H17 2.75 1.75 0.15
SG 16 R W32 H17 3.25 1.75
SG 16 R W42 H20 4.25 2.00
SG 16 R W42 H25 4.25 2.50

Right hand cutting LEHI

Chamfering ws ;

TRES ALE TEE#RIR

SC 16 R H20 2.00 0.2
SI16 3/8" 90° H27, 28, 29
SC 16 R H19 1.90 0.5

Right hand cutting 5 F £
* For complete toolholder description see pages 30-31 £#B7]#Fi5AA L 5530-3171
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Partial Profile 60°- ISO, UN scms-sonnizrm

Same Insert for internal and external thread }g[E7] & 5T F P a MBS

1.C.

ITEEARIA

Int. 1.5-3.0 Int. 16-8
ST 16 R G60
Ex. 1.25-3.0 Ex. 20-8
Sl16 3/8" H27, 28, 29
Int. 3.5-5.0 Int. 7-5
ST 16 R N60
Ex. 3.0-4.5 Ex. 8-6

Right hand cutting 5 F 41

* For complete toolholder description see pages 30-31 £&R7]4Fi%HA R 530-31171
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Toolholders 7
Milling Cutter- Arbor &=tst750

T max

Cutting Diameter

RS #®OER WE SAIIR S%IEE 7I2EE  JRBH HERF

H27 SRl 41- 116 Sl16 4 33.2 3.6 125 12.0 S16S K16

Right hand cutting 25 £
To connect to the standard CMT toolholders S35: SRC 2035 K, SRC 2535 H, SRC 2535 K, CRC 2035 S

HEFEFTECMT 7J4F S35: SRC 2035K, SRC 2535 H, SRC 2535 K, CRC 2035 S

Milling Cutter- Shell Mill E=X#t7%2

T max

D1 d

Cutting Diameter

TR RS #H7ERZ NRER BAUNR #®IEE 7NEEETIWHME JTH\RT  HERF

H28 SRI 0063-116 Sl16 63 57 3.0 44.5 44.0 22 S16S K16

Right hand cutting HELEI




CMT Ve rt i Ca I M i I I i n g CMTILIRIBLBET] @ Carmex Precision Tools Ltd.

Milling Cutter- Weldon Shank ¥I###7)]

T max

D
Cutting Diameter

TIHES g )= AR BROEE DREE DHEK TRIBH  HERF

H29 SRI 2541-116 Sl16 41 25 3.6 12.5 12.0 125 S16S K16

Right hand cutting 75 FE £}l

Milling Cutter - Disc Milling mEXst02

Left Hand Insert Right Hand Insert

T max

D
Cutting Diameter

ITEEHRIR NRES  ®IHEEZ BAIR HIEE  TEEE TR IRET HBERF

H30 SRI 55-116 Sl16 55 15.5 8.2 7.2 S16M K16

Right hand cutting 75 E £}l
To use only with inserts SG 16 RW43,and SG 16 LW43 REES 71K SG 16 R W43F1SG 16 L W43—#2{EFH
To connect to the standard CMT toolholders S35: SRC 2035 K, SRC 2535 H, SRC 2535 K, CRC 2035 S

EEFECMT 7T S35: SRC 2035K, SRC 2535 H, SRC 2535 K, CRC 2035 S
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Technical Section sy
CMT type cmrz3i

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

MT7 EMARRERSZSERE (K10-K20) , BRAME, EATHREMHE: &£, SUHEE.

Cutting Data smsw

HH tﬂﬁ“%ﬁ{inglmi" Feed mm/tooth #44 mm/&EiL
ISO Materials Speed Cutting Diameter=D tJJEIE1Z2=D
LT 810 012 018 025
Low and Medium Carbon Steels <0.55%C 60 -120 0.16 0.17 0.20 0.22
BN AP A 2/VF0.55%
P High Carbon Steels =0.55%C 60 - 90 0.14 0.16 0.20 0.22
SR, HEEAXTF0.55%
M Alloy Steels, Treated Steels &%, RN 50 - 80 0.10 0.12 0.16 0.18
M Stainless Steels - Free Cutting SR 70 -100 0.10 0.11 0.15 0.17
Stainless Steels - Austenitic  BR{ATEN 60 - 90 0.10 0.11 0.15 0.17
P | Cast Steels #mrEm 70 - 90 0.10 0.12 0.16 0.18
520 Cast lron  §55% 40 - 80 0.16 0.17 0.20 0.22
Aluminum <12%Si, Copper &8/ F12%43, @ 100 - 200 0.16 0.17 0.20 0.22
Aluminum >12% Si & &K T12%48 éﬁﬁ,ﬁiﬁ 60 - 140 0.10 0.11 0.16 0.18
£|35 4 M Synthetics, Duroplastics, Thermoplastics Eiiﬁ 50 - 200 0.19 0.19 0.22 0.24
=i £ Nickel Alloys, Titanium Alloys EEAS as 20 - 40 0.07 0.07 0.10 0.12
H Hardened Steel 45 - 50HRC  ##@$) HRC 45-50 60 - 70 0.09 0.09 0.13 0.15
B Hardened Steel 50 - 55HRc  #&${ HRC 50-55 50 - 60 0.08 0.08 0.12 0.14
BRI E
Thread
Milling  gamsa M BLER
start arc end
position entrance point

BOHE mEImE
Thread w%l“r’?'ljj
Milling  exit




CMT Ve rt i ca I M i I I i n g CMTIZIRIBLNHET] @ Carmex Precision Tools Ltd.

CMTIgHEE, SHE/BTIA
CMT Spiral Multi Flute Inserts

MT8 Sub-Micron Grade with Aluminum Titanium Nitride (AITiN) multi-layer
coating (ISO K10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance, and
normal machining conditions. General purpose for all materials.
MT8 MLfM#idk, fREAE (AITIN) ZEFE (K10-K20) ., STHRMTERIE, BTFSXEMnEMI., BRAMEMHE.

Cutting Data s

ISOtT # 74 IEERE . m/min Feed mm/tooth B & #H45
ISO Material Cutting Speed Cutting Diameter = D {4l B 12
Standard m/min
016-335
Low and Medium Carbon Steels <0.55%C 60-120 0.14-0.24
{EERNAIPERIN, A E)\F0.55%
P High Carbon Steels =0.55%C 60- 90 0.12-0.24
=N, EEAT0.55%
W Alloy Steels, Treated Steels &£4. #4EH 50- 80 0.08-0.20
Stainless Steel-Free Cutting S£)74E5R 70-100 0.08-0.19
M Stainless Steel-Austenitic ~ BRATRER 60- 90 0.08-0.19
555 | Cast Steels 57454 70- 90 0.08-0.20

7237 Cast Iron 54 40- 80 0.14-0.24

Aluminum <12%Si, Copper &8/ F12%48, i 100-200 0.14-0.26
Aluminum >12%Si & EATF12%45 %EEFFLE 60-140 0.08-0.22
FHRER Synthetics, Duroplastics, Thermoplastics E%ﬁ 50-200 0.17-0.28
i8S &% Nickel Alloys, Titanium Alloys. $#2E&%. 4a2 20- 40 0.05-0.14
Hardened Steel, 45-50HRC  f@fHRC 45-50 60- 70 0.07-0.17

Hardened Steel, 51-55HRC  &AHRC 51-55 50- 60 0.06-0.16
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CMT Milling cutter cmssm

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

MT7 TifudkaRSBERE (K10-K20)  BAME, €ERTAEMHR; &9, SUERE.

Cutting Data s

HIENEE . m/min

% ISO & Mg fr'ial Cutting Speed Feed ©i#A
Standard m/min mm/tooth
Low and Medium Carbon Steels <0.55%C 60-120 0.05-0.15
BN PR, WS &E0vF0.55%
P High Carbon Steels 20.55%C 60-90 0.05-0.10
=Rl, REEAT0.55%
M Alloy Steels, Treated Steels 224, H4MEH 50-80 0.05-0.10
Stainless Steel-Free Cutting £ #1755 70-100 0.04-0.13
Stainless Steel-Austenitic 5 FC ik R 454K 60-90 0.04-0.10
Cast Steels $#HETEN 70-90 0.04-0.13
Cast Iron 584 40-80 0.05-0.15
Aluminum =12%Si, Copper &8\ F12%48, 100-200 0.05-0.25
Aluminum >12%Si E&EATF12%48 %ﬁéﬁéﬁ 60-140 0.03-0.10
FELER
Synthetics, Duroplastics, Thermoplastics a3 50-200 0.05-0.25
Nickel alloys, Titanium Alloys. 2E&8%. 8% 20-40 0.03-0.10

Hardened Steel, <45 HRc #&@i{/\vFHRC45 60-70 0.03-0.10
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