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Spare Parts & Accessories Information

Lost a screw? Have to replace worn-out clamping wedges?

Need to find and re-order those spare parts?

Are you in need of some accessories, like a torque wrench or coolant shower plate? These tools are at your fingertips!
Go to and find what you need in seconds. Enter the catalog number of the corresponding tool, and it will display.

STEP 1

Enter the tool catalog number here

u u IDI _ ﬁ @& English v D g

PRODUCTS INDUSTRIES

WIDIA
DISTRIBUTORS

WIDIA SERVICES SUPPORT RESOURCES ABOUT US

English / Products [/ Indaxable Milling / Face Mills / M1200 Seres / M1200 MAX | M1200 MAX Screw Clamping « 56" « Shell Mills « Metric

a Downlead CAD Drawings @ SDs

Uses and application
&

Weorkpiece Mot~ " *

Spare Parts for M1200 MAX Screw Clamping * 56° ¢ Shell Mills ¢ Metric i

| e |
L

$: 2

Contactus  [4 Sharethispage ) Add to Favorites

M1200 MAX Screw Clamping ¢ 56° ¢  WALLSTAR

Shell Mills = Metric

M1200 Max Screw Clamping * Shell Mills

SAP Material Number

ISO Catalog Number

[D1] Effective Cutting Diameter
[DIMAX] Maximum Cutting Diameter
[D] Adapter / Shank / Bore Diameter
[D6] Hub Diometer

[L] Overall Length

[L1] Gage Length

[AP1MAX] 1st Maximum Cutfing Depth
Number of Inserts

Coolant Supply

Weight Kilograms

See all Product Variants

STEP 2

werc (P
6495103
M1200D100Z07S532HNI
100.0000
111.8000
32.0
78.0000
50.0000
50.0000
7.5000
7
N

1.49

Select the spare parts & accessories

INSERT SCR M5-0.8 x 17 T20

DT20 TORX-SCREWDRIVER TX20

4

Spare Part ANTI-SEIZE

LUBRICANT
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Search By Keyword, Part #, ANSI/ISO Q

Search or Scan for product
data including feed and speed

recommendations

Scan Product

WIDIA™ Digital Solutions

WIDIA Machining Central

WIDIA™ Machining Central Mobile App
Download for i0OS or Android™:

vidig.com/en/featured/WidighiopileApg

Product Data

* Tooling Dimensional Data
e Feeds and Speeds

* |[nventory Availability

e ...and Morel!

Tools and Resources at Your Fingertips

No SIM = 19:54

< Search Results

= |

Details

Top 100 results are displayed. The search field helps to search
products from within the search resuits. If you do not find the
desired results, please return to Home Page and refine your search

criteria.

Order Number ISO

5623613 TCMT16T304MU
Grade ANSI

WM25CT TCMT3251MU

Carbide Inserts WM25CT 9.5250mm (3/8") Insert IC Size
D], 16.5000mm (0.6496") Insert Cutling Edge Length
[L10], 3.9700mm (5/32") Insert Thickness [S]

Order Number IS0

5623614 TCMT16T304MU
Grade ANSI

WP15CT TCMT3251MU

Carbide Inserts WP15CT 9.5250mm (3/8") Insert IC Size
[D], 16.5000mm (0.6496") Insert Cutting Edge Length
[L10], 3.9700mm (5/32") Insert Thickness [S]

Order Number ISO

5623615 TCMT16T304MU
Grade ANSI

WP25CT TCMT3251MU

Carbide Inserts WP25CT 9.5250mm (3/8") Insert IC Size
[D1. 16.5000mm (0.6496") Insert Cutting Edae Lenath

No SIM =

<

VDS201A /VDS401A = WU25PD e A-
Shank ® 3x D

Order Number
4140001

Dimensions

D1 diameter

. —

12:55

19:59

4140001 4140001

e ©

«

Feeds & Speeds Product Details Feeds & Speeds Product

Avaiiability

Cutting Speed

Availability

PO - Low - Carbon Steels, Long Chipping, < 125HB +

Starting Values (Range)

344,488  fmin

Feed per Revolution
. Material

PO
Catalog Number indle Spee
VDS401A10000 3342 iy

Material Removal Rate

2.404 in3/min

Torque at Tool

3.552 ft-Ib

D1 diameter fraction

0.0059 in/rev

Coolant

Through

Penetration Rate

19.739 in/min

Power at Tool

2.26 nhp

DOWNLOAD THE WIDIA MOBILE APPS TODAY!

#  Download on the . GETITON

@& App Store ® Google Play

19:59
4140001
Details Feeds & Speeds Agggg;‘w
rFu inrougn
Spindle Speed Penetration Rate
3342 rev/min 19.739 in/min
Material Removal Rate Power at Tool
2.404 in3/min 2.26 hp
Torque at Tool
3.552 ft-b
522
464 -
06 -
€ 348 3
S g
|
1?4-2
116 3
55—3
0 R e i i e T e T o T R
0 00031 00062 00093 0.0124

Feed (iInfrev)

yww linkedin.com/company/widiatools,

MWW INSTAgram.com/widiatools,

MWW IACED00K. COm/WIdIATools




TO SEE ALL PRODUCT LINES, VISIT OUR DIGITAL RESOURCES

VAN = in i

WIDIA™ Machining Central Eawyoutibe com/c/widiatoold | www.linkedin.com/company/widiatools/ | EoMWinsiagram.com/widiatools] | W wWiaceDook com/Widiatools

Mobile App

Download for iOS or Android™:
idia com/en/Teatured;

VidiaiviobileApK




Speed

The WIDIA™ brand encompasses a variety of standard tooling designed
to perform well in a range of typical machine shop operations. A team of
experienced application support specialists is readily available to help
increase productivity in your shop via WIDIA website chat or over the
phone for every step of the way.

Simplicity

Machinists can rely on the NOVO™ machining advisor or
to easily select the right tool for the job.

Reliability

Trust our network of authorized distributors to put WIDIA tools to work for
you — in your industry, in your region, and in your business. Together we
will keep your machine running through the night.

For more than 95 years, the WIDIA brand has delivered quality milling, turning, holemaking, tapping, and systems tooling to metalcutting
customers across the globe. Customers experience reliability from selection to post-delivery support through product availability, digital
connectivity, and an accessible network of authorized distribution partners.

Test WIDIA tooling today by selecting tools from the All-Star program. The All-Star program is comprised of proven tooling solutions that
are easy to find and always available. This includes solid end mills, turning tools, drills, and taps from our most popular platforms, grades,
and sizes grouped into one program and guaranteed to be in stock with same-day shipping on orders placed before 4pm CET.

Visit widia.com to see what products are available for same-day shipping through All-Star.

WIDIAY
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Indexable Milling

Choosing the Correct Cutter

Find and Select the Right Milling Cutter

1. ldentify material to be machined:

A Each tool has a material grid marked with
a letter indicating the materials that can be
machined.

2. Select tool based on maximum

depth of cut and diameter required:

B Information is given in this area to provide
specific detail as a quick reference.

C Informational Icons. Connection type and
possible operations.

3. Select product name:

D Navigate to introduction detail, toolbodies,
inserts, and cutting data within section.

You can also use our NOVO app to
guide you to the correct choice!

For more information, please visit

[vidia.com/novol

A4

Face Milling Portfolio Overview

Face Milling

Page

Work Piece Materials

Max. Axial Depth of Cut (Ap1 Max)

Approach/Lead Angle
Effective Cutting Edges
Diameter Range

Insert Style

Ground Insert

Pressed to Size Insert
Insert Nose Radii
Embedded Wiper Facet
Separate Wiper Insert
Cutter Pitch

Workpiece Floor Finish
Screw Insert Clamping

Wedge Clamping of Inserts

Additional Operations

C
@ Shell Mills

o Screw-0n End Mills

o lindrical End Mills
o eldon® End Mills

Cartridge for M4000

& ©r®

A82-A83

25=-200mm

Single-Sided

®

O
0,8/2,36mm

1,52mm

Shoulder Mill
@ only

O

O

32-125mm

Single-Sided

®

@®

0,90/0,98mm

A24-A27

20-160mm
Single-Sided
@

@®

Not applicable

1,54-2,0mm

®

regular

o
®
O

®

@ @®©@ O O

x X *x

A34-A35

1,52mm

45°

16

80-160mm

Double-Sided

®

O

0,8mm

0,6mm

O & O Q @

A37-A38

50-160mm

Double-Sided

®

O

1,2mm

0,765mm

O

regular

>

®
e

®

O 'S O 0O

A18-A20

15/45/59°
12
25=-125mm

Double-Sided

®
@
1,2/3,2mm
1,454-1,6mm

®

coarse & fine
W
®

O

00
elC

@ © ©® ©® @




Indexable Milling

Determining Cutting Data

Selecting Tool Body, Insert, and Cutting Data

INITTIIN 379VXIANI

4. Choose the tool body:

Choose diameter (D1) and pitch (£) of i .
tool body. Face Mills « M1200 Series

[
NOTE: Make sure you select the correct

shank style for your toolholder. For M1200 Mini ® 45° ¢ Shell Mills ® Metric
toolholders, visit
o °

&
&

°

coolant
order number catalogue number m D1 max D D6 L Ap1 max max RPM supply kg
3957995 M1200D040Z04HNO7 A 48,7 22 38 40 3,5 15800 Yes 0,26
3057004 MA200D04A0TORHNAT 40 48 7 29 28 Fila] 38 A 18800 Yoo 0268

5. Choose the inserts with the gt vy
WIDI ATM " rt I t ; d Machining Machining s
) Group Grade rade
INSEI Seiection guiae: P1-P2 E WP40PM WP40PM
P3-P4 E. WP25PM " .E..GD WS40PM
P5-P6 KM i) | WP25PM E..GD WP25PM .E..GD WP25PM
M1-M2 E..LD WP25PM .E..GD WP25PM .E..GD
M3 E.LD WP40PM E.GD | WS30PM .E..GD
_ _ e K1-K2 E..GD TN6510 .E..GD WK15CM .E..GD
A Determine light machining, general K3 E.LD TNE520 E..GD WP25PM .E..GD
purpose, or heavy machining N
. . . &
according to workpiece material. See i
the Material Overview at the end of
the catalog for material descriptions. P OOEOO0E QO
; i i M Ole] Jelele[efe
B Select the grade given in the insert Re-f| d OED0BEROCCEE B
. . . . L10 NI Ofe
selection guide. Use the six-digit 3 IEOEELC O
order number to easily place your i e —
order.
3 =|s|s|s|2
ISO cutting ;§§§§§§%§§
catalogue number edges D L10 S BS R m EIE|EIEIEIE[Z[Z]Z]E
2 (22838 l5
HNPJ0704ANSNGD 12 13 6,80 4,45 1,45 1,20 010 || § ' i 5 2 g oS
o ® | o g i o
6. Determine cutting data — with 6A
the WIDIA Recommended "::rt:f:' TN6510 TN6520 TN6540 WK15CM
. 1 - - - - - - 410 20 280 360 280 240 - - -
Speeds and Feeds tables: i I - 516 | 250 0 170 | - - -
3 = - - - - - 280 185 215 170 140 - - -
4 - - - - - - 235 1705145 | 180 130 110 - - -
5 - - - - - — 310 235 200 240 180 150 - - -
6 B - —~ - - - 205 160 130 160 120 100 - - -
1 - - - - - - 190 120 80 130 80 60 - - -
A Choose the recommended speed 2 - - - . - - 120 80 50 80 50 40 - - -
: : 3 — - - - - - 125 80 55 85 50 40 - - -
value according to the workpiece 1 | 480 350 260 | 450 320 230 | 275 245 220 | 220 2056 180 | 505 460 410
material and grade. 2 | 420 280 205 | 390 250 190 | 215 190 180 | 175 155 140 | 400 356 330
3 335 260 200 300 230 160 180 160 145 155 145 125 335 300 275
B Choose the recommended ! = = - = = = - - > - - ~ = . =
starting feed rate according to the 3 _ ) _ _ _ _ _ - _ _ _ _ _ _ _
: 0 : 1 - - - - - - - - - 50 35 30 - - -
Insert geometry and % of radial ; - - - - - ; - i - S — - - -
engagement ae. 3 = . - - - - - - - 70 40 30 - - -
4 - - = - ~ - - - ~ 60 30 25 - - -
1 = = - = = w i = - = = - = o =
Starting values are given in bold. .
M640 « Recommended Starting Feeds [mm]
‘ Light l General Heavy
Machining Purpose | Machinin
Programmed Feed per Tooth (fz)
Insert ‘ as ssimtbladialbanibeg: (3P g= Insert
Geometry 5% 10% DD 30% 40-100% Geometry
At 0,13 0,34 0,47 0,10 0,25 0.34 U U/ adilid U220 ] 0,06 0,22 0,06 0,15 0,20 F..LDAL
6B 013 | 034 010 | 025 | 034 | 0,07 [ 025 | 0,06 [ 022 17006 [ 015 | 020 |  E.ID
pames 013 | 048 | 054 | 010 | 035 0,07 0261 029 | 006 | 023 006 | 021 | 023 | EGD
NOTE: Use “Light Machining” value as starting feed rate. 6 B

— WIDIAY Ny




Indexable Milling

Inserts e Catalog Numbering System

Each character in our catalog number signifies a specific trait of that product. Use the following key columns
and corresponding images to easily identify which attributes apply.
L H LN
i |

| £° 1 | ~' g

Tolerance

ONITTIIN 3T79VX3ANI

Insert Shape Insert Clearance Geometry and Clamping Type
Angle Class
| shape of
A \850 A 3° symbol | hole shape of hole chipbreaker insert’s section
N without \ /
S| P = -
R without single-sided \J 7
B /\320 / F double-sided : j
B 5° \ A without \ /
HL M with cylindrical hole single-sided N B T 7
C ‘ 80° .
G double-sided N )
\ W partly cylindrical hole, without \ /
7° with 40-60° =
C l/ T countersink single-sided r T 7
2 ‘ e Q partly cylindrical hole, without |
with 40-60° - _
U double countersink double-sided o 1
7
15° \ B partly cylindrical hole, without
H D with 70-90° —— _ \ /
L Hj/ H countersink single-sided T T T 7
C partly cylindrical hole, without \
with 70-90° - w
L g0° \ J double countersink double-sided o .
N E 20° e
A/ X special design
T
O
o \ Indexable inserts with iIndexable inserts with corner radii insert thickness
F 25 facets/wipers
M
N0 T N TP -
AN y A ¢
IC —= IC = l
G 300 \ / *
S \90** )/
= tolerances on “iC” tolerances on “M”
iC classes J, K,L, M, N (/) | classU (/-) | classesM &N (/) | class U (/-)
T 60° N ©° 4,76-10,00 0,051 0,076 0,076 0,127
11,11-14,29 0,076 0,127 U127 0,203
15,00-20,64 0,102 0,178 0,152 0,279
W
\ 22,00-31,16 0,127 0,254 0,178 0,381
P 17° 31,75-35,00 0,152 0,254 0,2 0,381
X Special Hl/
Design iC(+/-) | M- T (/9 iC (+/-) M (+/-) T (+/9)
A 0,025 0,005 0,025 J 0,05-0,15* 0,005 0,025
B 0,025 0,005 0,013 K 0,05-0,15* 0,013 0,025
C 0,025 0,013 0,025 L 0,05-0,15" 0,025 0,025
D 0,025 0,013 0,013 M 0,05-0,15* | 0,08-0,20* 0,013
E 0,025 0,025 0,025 N 0,05-0,15* | 0,08-0,20* 0,025
F 0,013 0,005 0,025 p** 0,038 0,038 0,038
G 0,025 0,025 0,013
U 0,08-0,25* | 0,13-0,30" 0,013
H 0,013 0,013 0,025

"See table above for tolerances according to insert size and class.
“*WIDIA standard only.

WIDIAY

AG



Indexable Milling

Inserts ¢ Catalog Numbering System =
>
(continued) -
=
L 07 Jf o4 Jfan ][ s || N J[6GD
Size Insert Thickness Corner Cutting Edge Insert Hand Edge
(Cutting Edge Length) Configuration Form Geometry
il Bl F \ Sy direction of cutter
T1 1,98 rotation
02 2,38 E \ |honed
03 3,18
13 3.97 T K |T-|and
04 4,76
o5 | 50 =
06 6,35
07 7,94

. leading or
IC : :
major cutting

-~ |_ edge

inscribed circle “iC” versus Ao o
cutting edge length “L” o
For shapes A, L, and X, see position #1; | . \K
use length of leading cutting edge. radius R4 a -
et . assumed —
/\/"’ ACCLOT__| direction of \
WIRSE A feed motion
edge
“L” for shapes
iC S| T|IR|O|C|HI|E
6,00 - -106|-1-1-1-
0,35 06 [ 11 [ 06 | 02 | 06 | O3 | 06 MO round insert
8,00 - - 108 -] -1]-]- i Ll wiper edge
952 [ 09 |16 | 09| 04 | 09 | 05| 09 02 0,2mm clearance P
10,00 - | -(10| -1 -1-1 - 04 0,4mm A 3
12,00 - | -(12| -1-1-1 - 05 0,5mm B 5’
1270 |12 |22 |12 |05 | 12| 07 | 13 08 0,8mm It letter is replaced C 70
by number(s), refer
15,88 15|27 |15 106 | 16 | 09 | 16 10 1,0mm to table for radius “r.” D 15°
16,00 -l -116(-|-1-1 - 12 | 1,2mm lead angle K E 20°
19,05 |19 [ 33 [ 19|07 |19 | 11 | 19 15 1,5mm A 45 F 250
20,00 - - | 20 | - - ~ - 16 1,6mm D 60° G 30°
25,00 — - | 25| - —~ - = 24 2.,4mm E 75° N 0°
2540 | 25| 4 32 3,2mm P 90° P

WIDIAY .




Indexable Milling

Tool Bodies ¢ Catalog Numbering System

Each character in our catalog number signifies a specific trait of that product. Use the following key columns
and corresponding images to easily identify which attributes apply.

. w200 ([ b || 100 || z || 0 || c |

Series Cutting Diameter Number of Flutes Shank Form

ONITTIIN 3T79VX3ANI

7= Numberof C = Cylindrical
effective flutes W = Weldon®
M = Modular
S = Shell Mill

A8



Indexable Milling

; ; =
Tool Bodies ¢ Catalog Numbering System §
(v o)
(continued) g
LDl ||l @]l
Shank/Pilot Insert Insert Size Overall Length of Tool |
Diameter Insert Shape Clearance Angle (Cutting Edge Length) Used for all cylindrical shank and long version

Weldon® if required (standard Weldon without)

Optional uses as required

A e M 86" C YH\L/ [

B a
I B ) o]

| H ] Left Hand

&

Carbide Shank

C

=

] Heavy Metal Shank

E 20 [ HM

/

= 25°

:

RN
g
A _
4§ RO

Special Design
X P g \
11

A9



ONITTIIN 3T79VX3ANI

Technical Information

Grades and Grade Descriptions

tool life.

Modern coating technologies
provide higher speed capabilities,
greater productivity, and longer

Each insert has a material grid
indicating primary and alternate
uses for that tool, as well as
whether it can be operated dry
or with coolant.

n Steel

M Stainless Steel
Cast Iron
Non-Ferrous
High-Temp Alloys

Hardened Materials

primary use alternate use
VVV | Light (finishing) VVV | Light (finishing)
VYV | Medium VV | Medium
¥V | Heavy (roughing) \Y Heavy (roughing)

Grade

TN2505

HC-HOS ¢ PVD-TIAIN

TN2510

HC-H10 ¢ MT-CVD/CVD-TiN-TiCN-
(ZrO,-Al,O,-TiOx)

TN2525

HC-H20  PVD-TIAIN

TN6501

HC-NO03 ¢ PVD-TiB,

TN6510

HC-K10 e PVD-TIAIN Nanolayer

TN6520

HC-K20 ¢ PVD-TIAIN Nanolayer

A10

M dry
VVV \ A A4 \ A A4 ®
A% \A 4 A\ A4 ®
VvV vv °
A\ A A4 %
A\ A 4 ®
A\ A4 ®




Technical Information

Grades and Grade Descriptions

Modern coating technologies
provide higher speed capabilities,
greater productivity, and longer
tool life.

INITTIIN 379VXIANI

n Steel
M

Stainless Steel

Cast Iron

Each insert has a material grid
Indicating primary and alternate
uses for that tool, as well as
whether it can be operated dry
or with coolant.

Non-Ferrous

High-Temp Alloys

Hardened Materials

primary use alternate use
VVV | Light (finishing) VVV | Light (finishing)
VYV | Medium VV | Medium
V¥ | Heavy (roughing) V | Heavy (roughing)
Grade dry
TN6525
®
HC-P25 ¢ PVD-TIiAIN Nanolayer
TN6540
@ 8
HC-P40 ¢ PVD-TIiAIN Nanolayer
TTI25
VVV @ ®
HT-P15 e Cermet
THM
\Y v Vv & @
HW-K15 ¢ Uncoated
THM-U
VVvVY & @
HF-NO5 ¢ Uncoated
TTM/TTMOS
VvV VvV o #
HW-P25 ¢ Uncoated

— WIDIAY



Technical Information

Grades and Grade Descriptions

Modern coating technologies
provide higher speed capabilities,
greater productivity, and longer
tool life.

ONITTIIN 3T79VX3ANI

Steel

Stainless Steel

Cast Iron

Each insert has a material grid
indicating primary and alternate
uses for that tool, as well as
whether it can be operated dry
or with coolant.

Non-Ferrous

High-Temp Alloys

Hardened Materials

primary use alternate use
VVV | Light (finishing) VVV | Light (finishing)
VYV | Medium VV | Medium
V¥V | Heavy (roughing) V | Heavy (roughing)

Grade dry
WK15PM

® ®
PVD-TIAIN Nanolayer
WK15CM™

@
MT-CVD/TIN-TiCN-AIQO,
WP20CM
MT-CVD/TIN-TiCN-Al O,
WP25PM

@ ®
PVD-AITIN Multilayer
WS30PM™

@ ®
PVD-AITIN Multilayer
WS40PM

@ ®
PVD-TIAIN/TIN Multilayer

A12



Technical Information

Grades and Grade Descriptions

Modern coating technologies
provide higher speed capabilities,
greater productivity, and longer
tool life.

INITTIIN 379VXIANI

n Steel
M

Stainless Steel

Cast Iron

Each insert has a material grid
Indicating primary and alternate
uses for that tool, as well as
whether it can be operated dry
or with coolant.

Non-Ferrous

High-Temp Alloys

Hardened Materials

primary use alternate use
VVV | Light (finishing) VVV | Light (finishing)
VY | Medium VV | Medium
V¥ | Heavy (roughing) V | Heavy (roughing)

Grade : M dry
WU20PM

\A 4 \ A 4 VvV \ A 4 VvV @ J
PVD-TiAIN
WUS5PM

v v \ 4 & &
PVD-AITIN Multilayer
WP35CM

v V A 4 @
MT-CVD/TIN-TiCN-AIQ,
WP40PM™

v v \Y & @
PVD TIAIN-AICrN Multilayer
WK25YM

\ A 4 9
Silicon Nitride
WDNOOU™ ' vy
' \A 4 @
v

Ultra-fine grain PCD

WIDIAY




ONITTIIN 3T79VX3ANI

Face Milling

Page

Work Piece Materials

Max. Axial Depth of Cut (Ap1 Max)

Approach/Lead Angle

Effective Cutting Edges

Diameter Range

Insert Style

Ground Insert

Pressed to Size Insert

Insert Nose Radii

Embedded Wiper Facet

Separate Wiper Insert

Cutter Pitch

Workpiece Floor Finish

Screw Insert Clamping

Wedge Clamping of Inserts

Additional Operations

Shell Mills

Screw-0n End Mills

ﬂ Gylindrical End Mills

@ Weldon® End Mills

Cartridge for M4000

A14

Face Milling Portfolio Overview

AS2HAST

6,35mm

90°

29—200mm

Single-Sided

®

O

0,8/2,36mm

1,52mm

Shoulder Mill

only

O

O

PX L X

Superfeed™ | Moo | Meeo | W1600 Wini-F mw

AT3-A20 A24-A27 A34-A33

1,52mm

58°

32—-125mm
Single-Sided
@

®

0,90/0,98mm

®

coarse

W

®
O

&

@ ®©® O O @

6,4/8,0mm

45°

20-160mm

Single-Sided

®

®

Not applicable

1,54-2.0mm

O,

regular

@ ®©® O O @

WIDIAY

1,52mm
45°
16
80-160mm

Double-Sided

®

O

0,8mm

0,6mm

®

regular

W

®
O
<

O O O O @

A3A-A3g

3,/mm
43°
16
50-160mm

Double-Sided

®

O

1,2mm

0,765mm

O

regular

v

@
O
<

O O O O @

A4-A44]

PUUNK NS TH

4 7/mm

15/45/59°

12

25—125mm

Double-Sided

®

®

1,2/3,2mm

1,454—-1,6mm

®

coarse & fine




X X X
e 0 <

A43-A54

6mm

15/45/59°

12

50-315mm

Double-Sided

®

®

1,2/4,34mm

1,8mm

®

coarse & fine

A5G-A57

7,omm
56°
12
80—250mm

Double-Sided

O

®

Not applicable

1,2mm

O

regular

v
®

A2G-A51

/,5mm
56°
12
63—250mm

Double-Sided

O

@®

Not applicable

1,2mm

O

regular

v

AG2-AG]

9,0mm

64°

50-315mm

Double-Sided

O

®

1,2mm
2,37/mm

O

regular

v

O O O O @

AGd-AcY

11,5mm

89°

63—250mm

Double-Sided

®

O

1,2mm

O

coarse & fine

v

O
®

l‘\

O O O O @

B73HAT

Tmm

89°

80—250mm

Double-Sided

®

O

1,2mm

®

regular

W

-~

S

O
O

O O O O @

O No

B76-A74

17mm

70°

125-315mm

Double-Sided

®

O

1,2mm

O

regular

%

®
0
¢

O O O O @

ﬁ' All-Star Program

Face Milling Portfolio Overview

X X X
Q9 9%,

125-315mm

Al15

INITTIIN 379VXIANI




V640

M640 Face Mill

Use the M640 face mill to create smooth finishes in all workpiece
materials using soft cutting action on low-power machines.

Through-tool coolant
up to 80mm diameter.

The M640 face mill features six cutting
edges on the insert with a highly positive
rake enhancing productivity in finishing
operations on low-power machines
and driven units.

One insert screw enables
fast, accurate indexing.

Insert with six effective
cutting edges.

Highly positive rake for
low-power machines.

WIPER INSERT INSERT

Positive and stable geometry Geometry with wiper facet for Highly positive geometry for Geometry for machining
for medium machining. The best surface qualities. Only to smooth and soft cutting action. aluminum. The main and
positive stabilized cutting edge be used in conjunction with the Geometry with face cutting secondary cutting edges are

improves the milling action. ground geometry -GD edge for finish machining. sharp edged.

WIDIAY _—
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Indexable Milling

LOW CUTTING FORCES, FINISHING OPERATIONS

PRODUCT SHANK TYPES INDUSTRY
Weldon® End Mills
SERIES Shell Mills
MB40
...................................... d
DIAMETER RANGE @ N ‘l
39_195mm W GENERAL W AEROSPACE

ENGINEERING

APPLICATIONS

?

FACE
MILLING

LOW CUTTING

SLEEK FINISH FORCGES

Highly positive rake angle for
extremely low cutting forces.

A17



Face Mills e M640 Series

=
- )
m - |
= M640 » Weldon® End Mills e Metric
E
T
=
e
=
— L
(P
D1 max 5
!
Ap1 max —=
il L2 L=
- L E—|
coolant
order number catalogue number D1 D1 max D L L2 Ap1 max Z max RPM supply kg
12395405200 32 38,4 32 100 40 4.8 4 29500 Yes 0,35
M640 ¢ Shell Mills e Metric
A
58°
!
Ik
Ap1 max
coolant
order number catalogue number D1 D1 max D D6 L Ap1 max Z max RPM supply kg
5063130 12395410200 50 56,4 29 47 40 4.8 4 19000 Yes 0,40
12395410400 63 69,4 22 50 40 4,8 5 15000 Yes 0,55
12395410600 80 86,4 27 60 50 4.8 6 11500 Yes 1,05
12395410800 100 106,4 32 78 50 4.8 7 9500 No 1,50
12395415800 100 106,4 32 78 50 4.8 10 9500 No 1,65
12395411000 125 1314 40 89 63 4.8 8 7500 No 2,90

FOR SPARE PARTS, PLEASE VISIT WIDIA.COM OR NVIDIANOVO,COIVE.
MOUNTING SCREWS ARE NOT INCLUDED IN STANDARD PACKAGING.

WIDIAY _—
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Face Mills ¢ M640 Series

M640 « HPGT-LDAL

® first choice

INITTIIN 379VXIANI

O alternate choice

D oo [e[e[O]e
O|e e(o|ofe
' JdORIEI0E
O
& e(O|o]|e
O O
=
SEEREEHERE
Llo|lo|lw|wvw VIVIOCIO|O
ISO cutting EE%%%%E&E%%
catalogue number edges D S Re hm mi=EEEEEHEEEE
HPGTO06T3DZFRLDAL 6 11 4.00 0,90 0,08 oo 1| v rp e nforfo
M640 e HPGT-LD
® first choice
‘ O alternate choice
D P oo e(e|Ofe
; M O|® o(o|0|0
K NDRRDOE
N O
S ? e|O|o|e@
H O O
=
SEEGEERHAERE
Lol olw LIVIOCIO|IO
1SO cutting %%gggg;&&%;’,
catalogue number | edges D S Re hm L L L L L
HPGT06T3DZERLD 6 11 3,99 0,98 0,08 IR E o E E | E.
ad (18 e || e e

M640 e HPPT-GD

® first choice
O alternate choice

e[eo] [e[e[C]e
Ole| |e|e|e]e
|0 (O|O(0|O
O
o [o[0[0]e
O O
=
:EQQQOEEEE
Ll vV ISIO|O
ISO cutting §§§§§§§EE8$
catalogue number edges D S Re hm mi=EEEEEEHEEE
AR BE
HPPTO6T3DZENGD 6 1 397 0,98 0,10 1R EEE EEE -
A 9IS [

WIDIA
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Face Mills ¢ M640 Series

=
- M640  HPGT-GD
v
-~
T
=
E ® first choice
= O alternate choice
o
o4 C BN ) e|lo|O|e@
M O|® o000
K e(e(0O|O|@|O
N O
S @ e(O|e|e@
H O O
=
DI2CIKRIQILC E E E E
AR IR IR EE
ISO cutting §§§§§§§EE$3§
catalogue number edges D S Re hm m=EEEEEEEHEEE
HPGTO6T3DZENGD 6 11 3,97 0,98 0,10 S g E E 1 E
== =
< WL = (s e L
M640 e HPGT-GD Wiper
® first choice
‘ O alternate choice
. ole ele[0]e
Ole olo|o]e
e(e(0|O(0]|0@]|0O
O O
@ NI
O O
=
212|198 A
AR i i EEE
ISO cutting Eggg%%EEE%%
catalogue number edges D S BS Re hm i=EEEEEEEEE
- o0 A loal llea —
HPGTO6T3DZERGD3W 3 11 4,00 288 0,98 0.10 o (] E | EE E | E
X & | s | s -
M640 ¢ Insert Selection Guide
Light General Heavy
Material Machining Purpose Machining
Group Geomet Grade Geomet Grade Geomet Grade

P1-P2

WP40PM

WP40PM

P3-P4

WS40PM

WS40PM

P5-P6
M1-M2

WP25PM
WP25PM

WP25PM
WP25PM

M3
K1-K2

TNGB510

WS30PM
WK15CM

WS30PM
WK15CM

K3
N1-N2

TNG520
WS40PM

WP25PM

WP25PM
WS40PM

N3

A20

WS40PM

WIDIAY
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Face Mills ¢ M640 Series

=
=
M640 « Recommended Starting Speeds [m/min] =
T
=
-
=
MG“:,?;':' TN6510 TN6520 TN6525 TN6540 WK15CM
1 . - . . . . 210 320 280 | 360 280 240 - .
2 _ - _ - - - 320 250 215 | 250 190 170 - =
3 _ _ _ _ _ _ 280 215 185 | 215 170 140 - _
4 _ = _ _ = - 235 170 145 | 180 130 110 = =
5 _ _ _ _ _ _ 310 235 200 | 240 180 150 - _
6 _ _ _ _ - - 205 160 130 | 160 120 100 - -
1 = - = . n . 190 120 80 130 80 60 1 =
M 2 _ - _ _ _ . 120 80 50 80 50 40 . =
3 _ - _ _ - _ 125 80 55 85 50 40 . - _
: 480 350 260 | 450 320 230 | 275 245 220 | 220 205 180 | 505 460 410
> 420 280 205 | 390 250 190 | 215 190 180 | 175 155 140 | 400 355 330
3 335 260 200 | 300 230 160 | 180 160 145 | 155 145 125 | 335 300 275
4 _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
0 _ _ _ _ - _ _ - _ _ - _ _ - _
3 _ - _ _ - _ _ - _ _ - _ _ - _
] . n . . . = = = = 50 35 30 = = =
2 _ - _ - _ _ _ ™ - 25 20 10 - = "
3 _ _ _ _ _ _ = . = 70 40 30 = £ =
4 - - = » _ - _ - - 60 30 25 - - _
1 = = = = = = = - = = = = = = =
2 _ » _ - - _ _ . N N - _ N . =
3 _ - _ . - _ _ - . _ - _ - - _
”éart:::' WP25PM WP40PM WS30PM WS40PM THM-U THM
z 395 340 325 | 355 310 295 | - . . . - . . n . . - .
> | 330 200 240 | 300 260 215 | - _ _ _ _ _ _ - _ _ _ _
3 | 305 260 210 | 275 235 190 | - - _ _ - _ _ _ _ _ - _
4 | 270 220 180 | 245 205 160 | - - = = _ _ = - = _ - _
5 | 220 205 180 | 205 185 160 | -~ _ _ | 205 1715 145 | - . _ _ _ _
6 | 200 150 120 | 180 140 110 | - - ~ | 180 130 95 | - - _ _ _ _
3 245 215 200 | 235 205 185 | 270 240 220 | 250 205 170 | = - . - = .
M > | 220 190 155 | 210 180 150 | 245 215 175 | 215 175 145 | - " = _ i _
3 170 145 115 | 155 140 110 | 185 160 125 | 175 130 100 | - . = = = =
. 575 245 220 | - - . . . . . - — 1 230 205 180 | 145 110 90
2 | 215 190 180 | - . - _ = - - - _ _ . - | 150 120 85
3 180 160 145 | - - . = E _ = - — . 3 - | 155 115 70
1 . _ - . - . . . . . N — 12400 1440 1200 | 1080 720 600
2 _ - _ _ y _ _ _ _ _ _ _ | 1640 980 800 | 820 560 460
3 _ - _ _ — _ _ . _ _ - _ | 960 600 480 | 540 335 240
1 50 40 30 | 50 40 35 | 55 50 35 | 50 40 30 | - - . . . =
2 50 40 30 | 50 40 35 | 55 50 35 | 50 40 30 | - - = _ = _
3 60 50 30 | 60 5 35 | 65 5 35 | 60 50 30 | - - _ _ _ _
4 85 60 40 | 80 60 40 | 100 70 50 | 70 60 35 | - . - _ . =
4 _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
2 N - _ _ a _ _ - _ _ - _ _ - _ _ - _
3 _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.

M640 « Recommended Starting Feeds [mm]

Light General Heavy
Machining Purpose Machining

Programmed Feed per Tooth (fz)
Insert as a % of Radial Depth of Cut (ae) Insert
Geometry 9% 10% 20% 30% 40-100% Geometry
F..LDAL 0,13 034 | 047 0,10 0,25 0,34 0,07 0,18 0,25 0,06 0,16 0,22 0,06 0,15 0,20 F..LDAL
E.lD 0,13 034 | 047 0,10 0,25 0,34 0,07 0,18 0,25 0,06 0,16 0,22 0,06 0,15 0,20 E. LD
E.GD 0,13 0,48 0,54 0,10 0,35 0,39 0,07 0,26 0.29 0,06 0,23 0,25 0,06 0,21 0,23 E..GD
NOTE: Use “Light Machining” value as starting feed rate.
yidia,.com WIDIA A21




V660

M660 Face Mill

The M660 face mill is designed with a strong tool body and perfect axial
and radial runout for heavy roughing of steel and cast iron materials.

Three chipbreakers with four

cutting edges and a positive
rake angle.

M660 face mills are equipped with thick
inserts and a body design with a large
chip gash to efficiently evacuate chips

from heavy-duty applications.

Easy, safe and stable clamping
ensures accurate indexing.

Thick inserts for reliability and
high MRR capability.

Insert with integrated wiper
facet for good surface finish.

Body with a large chip gash for
excellent chip evacuation.

45-degree lead angle.

THREE CHIPBREAKERS FOR ALL HEAVY-DUTY APPLICATIONS IN STEEL AND CAST IRON

-20 -21 -31
_ 3 Pk ]S
Light Machining General Purpose General Purpose
Machining and Heavy Machining

A22
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Indexable Milling

HEAVY-DUTY FACE MILLING OF STEEL AND CAST IRON

PRODUCT SHANK TYPES INDUSTRY
Shell Mills
SERIES Weldon® End Mills
M660
...................................... . 0,
DIAMETER RANGE P @ N .
20-160mm W ENERGY EYGGI ENI\é EEE;;I“% : W T " p NSPORTA "i"ﬂ 0N
APPLICATIONS
FACE
MILLING

W1d1a,com A23



Face Mills ¢ M660 Series

M660 e Weldon® Shank SN1205.. e Metric

ONITTIIN 3T79VX3ANI

D1 max

coolant
order number catalogue number D1 D1 max D L L2 Ap1 max Z max RPM supply kg
12396202200 20 33,8 25 86 30 6,4 2 17000 Yes 0,30
12396202600 25 38,7 25 91 35 6,4 2 15000 Yes 0,40
M660 ¢ Shell Mills SN1205.. e Metric
- D4 =
=0
_ __ ‘
coolant
order number catalogue number D1 D1 max D D4 D6 L Ap1 max Z max RPM supply kg
500354 12396203800 50 63,5 22 — 50 40 6,4 4 12500 Yes 0,45
12396204200 63 76,5 29 — 50 40 6,4 5 11000 Yes 0,60
12396204600 80 943 27 = 60 50 6,4 6 9900 Yes 1,15
12396205000 100 113,4 32 L 78 50 6,4 7 8900 No 1,60
12396205400 125 138,3 40 - 89 63 6,4 8 7900 No 2 80
D003 780 12396205800 160 173,3 40 66,7 90 63 6,4 10 7000 No 4,10

FOR SPARE PARTS, PLEASE VISIT WIDIA.COM OR MVIDIANOVO.COIVA.
MOUNTING SCREWS ARE NOT INCLUDED IN STANDARD PACKAGING.

WIDIAY N
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M660 © SNKT-20 e SN1205..

® first choice
O alternate choice

Face Mills ¢ M660 Series

D %___ P ofo] [ofe]e
M O e|o|o
' K o[ [e[o]o
N
S 0|0
H O
LI ]|
= =
HNERAEHEE
O WLIW|O DDILVLIWLIO
ISO cutting E%gEEEEEE
catalogue number edges D L10 S BS hm =HEEIEEEEBE
SNKT1205AZER20 4 12,70 12,70 5,49 2,00 0,10 ] ] ] ] ] o]
Al
=
SNKT1205AZER20 4 12,70 12,70 5,49 2,00 — vl 5; !
M660 e SNKT-21  SN1205..
® first choice
O alternate choice
I
4 P e[ojofe] [eofe]e
! M Ole]0 o[ofo
K O | 0] O ®|0]|0O
N
S © e 0|0
H O
===
ERAEHEE
Toll e IR A = DLILVLIWIO
ISO cutting gggﬂzgggg
catalogue number edges D L10 S BS hm ===l = |: HEHEE
_ S S I8
SNKT1205AZR21 4 12,70 12,70 5,56 1,54 0,15 > R ! E v
SNKT1205AZR21 4 12,70 12,70 5,00 1,54 — O B E l
e
WIdia,com A25
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Face Mills ¢ M660 Series

=
= M660 e SNMIT-31 e SN1205..
=
v
-~
T
= ® first choice
=
5 O alternate choice
o
® eleo|e
olo|eo
(0|0
L NEGRE®
O
=
M WIWVIS VILVIWIO
cutting =0 QY= La e
T 2|2 ElE
catalogue number edges D L10 S BS Re hm i |- HEEE
28 BEBEE
SNMT1205AZR31 4 12,70 12,70 5,56 1,54 — 0,16 ! E}: E - E E E E E
ad |l ~ [ e s | e

M660 e SNKT-31 e SN1205..

® first choice
O alternate choice

BN BN BN L BN BN J
O|®]|0O (0|0
olo]o] Je]o]o
® e[0]0O
O
S|s|=
HNERAEHER
ToliTe 1L 21 R=, DVILVLIWLIO
cutting EQQEEEEEE
catalogue number edges D L10 S BS hm =SHEEEIEBEEEE
38 | B E
SNKT1205AZR31 4 12,70 12,70 5,56 1,54 0,16 - E\‘E‘ L[ é . !

WIDIAY _—
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Face Mills ¢ M660 Series

M660 e XNKT-11 Wiper  SN1205.. E
® first choice g
% O alternate choice ;
/ mEOCEREOC
- 5 ; SEE
H O

NEIRMEHEER
WIS DILVLIWLIO
ISO cutting %ggﬂi;&ﬂ_"g
catalogue number edges D L10 S BS Re hm =HEEEEEEEE
5 | |l
XNKT1205AZER11 1 12,70 12,70 5,15 8,00 1,30 0,15 L] ! g '
I~ X e
M660 e SN1205.. » Insert Selection Guide
Light General Heavy
Material Machining Purpose Machining
Group Geomet Grade Geomet Grade Geomet Grade
P1-P2 TN6540 e WP40PM
P3-P4 ol WP35CM 3 WP35CM
P5-P6 WP35CM e | WP35CM
M1-M2 .20 TN6540 iy WP25PM e WP25PM
M3 .20 WP35CM <y WP35CM o WP35CM
K1-K2 21 WK15CM WK15CM 3 _ WK15CM
K3 WK15CM WP35CM el | WP35CM
N3

|| $1-82 .20 TN6540 ...31 WP25PM .31 ! WP25PM

TNG6540 WP40PM WP40PM

widia.con WIDIA@ A27




