2/PRAMET

Pramet Tools, s.r.0., Unicovska 2, 787 53 Sumperk, CZECH REPUBLIC
Tel./phone: +420 583 381 111, Fax: +420 583 215 401, E-mail: pramet.info.cz@pramet.com

BRAZIL ¢ Pramet Ind. e Com. de Ferramentas Ltda., Sorocaba / SP, Tel./Fax: +55 15 3325-6162, E-mail: pramet.info.br @pramet.com
GERMANY e Pramet GmbH, Erlangen, Telefon: + 49 9131 / 93 37 40, E-mail: pramet.info.de @ pramet.com
CHINA / 1 E « ZHK4E T B EBERA T, BiE: 86-21-5221 2713, BB FE: pramet.info.cn@pramet.com
HUNGARY ¢ Pramet Kft., Budapest, Tel.: + 36-1-382-90-82, E-mail: pramet.info.hu @ pramet.com
INDIA ¢ Pramet Tools India Pvt Ltd, Gurgaon, Phone: + 91 124 4703825, E-mail: pramet.info.in@pramet.com
ITALY ¢ Pramet SRL, Lainate (MI), Telefono: + 39 02 / 93 79 94 82, E-mail: pramet.info.it@pramet.com
POLAND ¢ Pramet Sp. z 0.0., Sosnowiec, Telefon: + 48 32/ 78 15 890, E-mail: pramet.info.pl@pramet.com
RUSSIA ¢« 000 «[pameT», Mocksa, PO, Ten.: +7 495 739 57 23, 739 57 22, E-mail: pramet.info.ru@pramet.com
SLOVAKIA « Pramet Slovakia, Zilina, Telefon: +421 417 645 659, E-mail: pramet.info.sk @pramet.com
880707

www.pramet.com

TWO TIMES MORE

NEW LINE OF CUTTERS WITH SETTING ANGLE 90°
FOR ECONOMICAL MILLING WITH INSERTS

LNGX12 and LNGU16

AVAILABLE ALSO IN NEW GRADES WITH MTCVD COATING
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Wide area of applications of new milling cutters with inserts LNGX 12 and LNGU 16

M I l L FACE MILLING SHOULDER MILLING SLOT MILLING PLUNGE MILLING PROGRESSIVE
Aq I:_ LNGX 12 R, <0,7 um areas link-up LNGX 12 A= 9mm a,,. =3,5mmfor LNGX 12 PLUNGING
LNGU 16 R,<0,7 um X o < 0,03 MM LNGU 16 A= 13 mm a,.,. =7 mmfor LNGU 16
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Both-side inserts with 4 cutting edges

LNGX 120508ER-M
@ 4tting edges © Positive geometry @ Wide smoothing edge both-side inserts

a - lower machine power \.ﬁ - ensurgs high quality LNGX 12 and LNGU
’ : . machined surface . :
§ 16 with 4 cutting
RAMPING T R MILLING BY HELICAL INTERPOLATION
edges for LNGX 12 for LNGX 12
025 2,20
032 1,20
e L e cutter @ o Siax G Smax
. . 40 085
periphery grinded — 250 065 25 43 2,20 48 2,80
. ts f . 63 05 32 57 1,65 62 2,00
INserts 1or precise 40 73 1,55 78 175
o 080 0,35 : :
milling K R 5100 025 50 93 | 15 | 9 | 170
5110 (;’2 63 119 1,40 124 1,50
© Positive axial angle of cutting edge © Sloped groove on the smoothing edge . .
- lower cutting forces - possibilities of helical interpolation ramping and helical
- smooth machining and ramping interpolation
for LNGX 12
LNGU 160708SR-M
. hiah r Initial cutting conditions
© 4cutting edges igh quality Basic shape of insert Cutting condition
of machined
surface feed [mm.teeth '] 0,05-0,15 - 0,05-0,15 - - 0,1-0,2
LNGX 120508ER-M depth of cut [mm] 1-9 - 1-9 - - 03-15
M9315 cutting speed [m.min] 255 - 475 240 - 450 50-95
wide cutter : i - . = = :
Jp—— feed [mm.teeth] 0,05-0,15 0,05-0,11 - - 0,05-0,09 -
LNGX 120508ER-M depth of cut [mm] 1-9 1-6,75 - - 1-54 -
M9325 ; :
cutting speed [m.min] 250 - 420 150 - 250 - - 50-125 -
A feed [mm.eeth’] | 0,05-0,25 0,05-0,19 0,05-0,25 - 0,05-0,15 0,1-02
. . ) . LNGX 120508ER-M depth of cut (mm] 1-9 1-675 1-9 - 1-54 03-15
© Positive axial angle of cutting edge @ Strong and robust insert 8215 ; -
 lower cutting forces R Iong toollife cutting speed [m.min] 185 - 255 110- 150 175 - 240 - 35-75 35-50
- Smooth machining feed [mm.teeth] 0,05-0,25 0,05-0,19 0,05-0,25 = 0,05-0,15 0,1-0,2
Ii;;liiGOX 120508ER-M depth of cut [mm] 1-9 1-8,75 1-9 - 1-54 03-15
90° cutters for economical machining with LNGX12 and LNGU 16 inserts outting speed [mmin] | 160-245 95-145 150-235 - 30-75 30-50
feed [mm.teeth] 0,05-0,25 0,05-0,19 0,05-0,25 - 0,05-0,15 -
LNGX 120508ER-M
depth of cut [mm] 1-9 1-6,75 1-9 = 1-54 =
8240 : :
cutting speed [m.min] 145 - 205 85-120 135- 190 - 25-60 -
Universal use: .
= ) Long-life laser marking feed [mm.teeth '] 0,1-0,25 - 0,1-0,25 - - 0,1-0,2
face milling, - identification of inserts H‘;g% 160708SR-M depth of cut mm] 1-13 = 1-13 - - 03-15
shoulder milling, and spare parts cutting speed mmin] | 205-375 - 190 - 355 - - 40-75
sloting feed [mm.teeth] 0,1-0,25 0,1-0,19 - - 0,1-0,15 -
and grooving knlggzus 1 607088R-M depth of cut [mm] 1-13 1-975 - - 1-78 -
© Strong CIamping screw cutting speed [m.min] 215 - 355 125-210 - - 40-105 -
- safe insert clamping
o) < feel mm.teeth- ,1-0, ,1-0, ,1-0; - ,1-0, 1=V,
PLUS o feed [ h) 01-03 0,1-0,23 0,1-03 0,1-0,18 0,1-0,2
for LNGX 12 8215 depth of cut [mm] 1-13 1-9,75 1-13 - 1-78 03-15
cutting speed [m.min""] 175 - 245 105 - 145 165 - 230 - 35-70 35-45
milling by helical © Shoulder milling 90° feed [mmteeth’] | 0,1-0,3 0,1-023 0,1-03 - 0,1-0,18 01-02
interpolation - for LNGX 12 - 90° IB-QI:SC(;)U 160708SR-M |, o/ from] 1-13 1-975 1-13 = 1-78 03-15
_ _one 15
T for LNGU 16 - 90 ' cutting speed (mmin'] | 150-240 90- 140 140 - 225 5 30-70 30-45
feed [mm.teeth] 01-03 0,1-023 01-03 - 0,1-0,18 -
prog ressive © Inter_nal_ﬂUid supply ] © Ir_lsert _seat ] a LNGU 160708SR-M depth of cut [mm] 1-13 1-975 1-13 - 1-78 -
. - cooling in the place of cutting - insert is supported directly 8240
plunging - easy chip-evacuation under the cutting edge cutting speed [m.min"] 140 - 200 80-120 130-190 = 25-60 =




z Workpiece material Applied to inserts: LNGX 12 Grade
: Photo group Diagram of application Description | LNGX 120508ER-M ISO ANSI 2w e Radius
© Milling E = g g R
\<
- 120 \ ¢ LNGX 120508ER-M LNGX -(3.5)2ER-M eolejejele 0,80
Y E |
r | S mon i |:j 8215, 8230, 8240 5 \ -
& 7T Mo315, 9325 . g
| - N, - high positive geometry %
= — £ o - suitable for machining of material groups P and K o v
& - 5 s - for light and medium machining l.d ! s
- 3 8
>< | Profile of cutting edge % 10 2
S = 2 40
= S
—
20 Size (1) d s d, r
330 > - Range of cutting conditions: )
£
'§> f, 0,05 + 0,25 [mm.teeth™'] (0,05 + 0,15 for grade MT-CVD) 12 1200 9,50 8,10 450 080
S 0 01 02 03 04
Feed f, [mm.teeth'] a 1,0 +9,0 [mm] Grade
: LNGU 16
ISO ANSI 282 2g Radius
z Workpiece material Applied to inserts: < % % NI
£ i icat ipti LNGU 160708SR-M
g Photo - group Diagram of application Description / LNGU 160708SR-M LNGU -52SR-M elole|ole 0,80
Milling E ju o
14,0 Q S \ —
) e A | = 8215, 8230, 4240 /
g 4 = o 419, s
SN 2 LI 13 B, [ gats, Hoats , . « v
) i N - high positive geometry = d \ s |
. e W - suitable for machining of material groups P and K ‘
_ £E g group:
= - = - for medium machining
= = 3 i _ . "
| Profie ot cutingedge | 2 |m|cI/m al 3 suitable geometry for non-stable cutting conditions .
o 3 £ 60 Size o d s d, r
(25 = 2 :
3 o2 40 16 16,60 13,20 10,00 5,70 0,80
%1 & 19° = 20 Range of cutting conditions: ® Stock Assortment o Non-stock Assortment All dimensions in [mm]
£
'§) oo f, 0,1+ 0,3 [mm.teeth] (0,1 + 0,25 for grade MT-CVD)
<] 0 01 02 03 04 : : : .
= b ¥ j !
el a | 10¢130(mm] Marking of clamping screw for LNGX 12 Marking of clamping screw for LNGU 16
B Main application O Other applications O Conditional applications

New cutting grades with MT-CVD coating N EW

diameter
(50=M5)

diameter
(40=M4)

clamping thread Torx 15P clamping thread Torx 20P
screw screw

10 20 30 40 I E T| | * Fine grained substrate with relatively low content of
N O e .
] cobalt binder phase
* Thin MT-CVD coating with unique Al,O, layer
=== O * Machining of materials of group P, conditionally K and H

* Medium to high cutting speeds
* Ability to work with and without coolant
* Excellent wear resistance with reasonable toughness

* Fine-grained substrate with higher content of cobalt
binder phase

* Thin coating applied by MT-CVD method with unique
AlLO, layer

 Machining of materials P and conditionally for groups
Mand S

* Medium to high cutting speeds

* With and without cooling

* High toughness and reliability

* Good wear resistance

B Main application 0 Other applications O Conditional applications



S90LN12 Shoulder milling cutters with inserts LNGX 12 SLN12 Exchangeable heads for modular system with inserts LNGX12

Y, & o 90° @dH7
b -RO o
v | st | a | 9mm i Y, 6 X, % N:
: =N Y -15° A, max 9mm N
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2D 1 Z* - Number of teeth
L
= Dimensions Spare parts Z* - Number of teeth
ISO ‘% lkg] Cooling ’\ Inserts
3 D dH7 d L b t z* <
=5 ! / = Dimensions Spare parts
40A04R-S90LN12-C o 40 16 14 40 84 56 4 02 + ISO £ 0 L Y - - lkl Cooling %g Inserts
50A04R-S90LN12-C o 50 22 18 40 10,4 6,3 4 03 + = i
32A2R043M16-SLN12-C o 66 43 17 2 02 +
50A05R-390LN12-C °| % 22 18 40 | 104 | 63 5 03 * US44012T15P | FLAGTISP | LNGX 120508ER-M
63A04R- S9OLN12-C o & 2 18 0 | 104 | 63 4 05 . o N = 40A3R043M16-SLN12-C °| 4 66 43 17 8 02 ¥
= [T} L
63A06R- S9OLN12-C o| 63 22 18 40 10,4 6,3 6 05 + 5 E w 3
= o : =]
S ISyl
80A05R- S90LN12-C o 8 27 38 50 124 7,0 5 1,0 + g 3 e =
3 & X S90LN16
80A07R- S90LN12-C o| 80 27 38 50 12,4 7.0 7 1,0 + =
100A06R- S90LN12-C o | 100 32 45 50 144 8,0 6 1,7 + 2dHT
100A08R- S90LN12-C o | 100 32 45 50 144 8,0 8 1,7 + .
110A06R-S90LN12-C o| 110 32 45 50 14,4 8,0 6 23 + -

SLN12 Shoulder end milling cutters with inserts LNGX 12

ad,
2D
@dH7
b
Yy 6° K, 90° ]
Y T 05 | a,,, | 13mm —
\ [ ”‘L N 7')11} " L
2dh6 o ! ; : ==
| 1@‘~ I .
Yo -6°+ -8° K, 90° -- S i 5) A
2dh6 | O §
¥ 152230 | a 9mm o A o4,
% gD Z* - Number of teeth
- = Dimensions Spare parts
. ©.~ ISO £ ka] Coolin Inserts
WELDON ) y CYLINDRICAL r o "\, 2 D dH7 d, L b t z ¢ ¢ 2
L—J@D o2 ] Z* - Number of teeth
63A04R- S90LN16-C o 63 22 18 40 10,4 6,3 4 0,5 +
Di . 63A05R- S90LN16-C ° 63 22 18 40 10,4 6,3 5 0,5 +
= imensions Spare parts
ISO E kgl Cooling s 80A04R- S90LN16-C ° 80 27 38 50 12,4 7,0 4 1,0 +
g D L [ dh6 z %
= ! © 80A06R- S90LN16-C ° 80 27 38 50 12,4 7,0 6 1,0 +
o
= | 25A2R042B25-SLN12-C ° 25 99 42 25 2 0,1 + 100A05R- S90LN16-C ° 100 32 45 50 14,4 8,0 5 1,8 + § e ©
o o ©
E 32A3R042B32-SLN12-C ° 32 103 42 32 3 0,5 + = 100A07R- S90LN16-C o 100 32 45 50 14,4 8,0 7 1,7 + g E 3
o 5] =
= 40A4R050B32-SLN12-C o 40 111 50 32 4 0,6 + E 7 % 125A06R- S90LN16-C ° 125 40 56 63 16,4 9,0 6 3,5 + § 3 -
~— o
2 25A2R034A25-SLN12-C o 25 170 34 25 2 0,5 + g § § 125A08R- S90LN16-C o 125 40 56 63 16,4 9,0 8 33 +
<t ~
% 25A2R080A25-SLN12-C o 25 170 80 25 2 0,5 + § T P 140A06R- S90LN16-C ° 140 40 56 63 16,4 9,0 6 45 +
[=) =
% 32A2R034A32-SLN12-C o 32 195 34 32 2 0,9 + - 160C08R-S90LN16 ° 160 40 66,7 63 16,4 9,0 8 57
>
© | 32A2R090A32-SLN12-C ° 32 195 90 32 2 0,9 + 175C08R-S90LN16 ° 175 40 66,7 63 16,4 9,0 8 6,7

@ Stock Assortment © Non-stock Assortment All dimensions in [mm] @ Stock Assortment O Non-stock Assortment All dimensions in [mm]



