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High Performance PM1 45° INDEXABLE FACE MILL ARTH

Indexable Milling Cutting Tools

K.Y 4
= by Ultra-Dex

PM1

» General first choice for face and chamfer milling applications
» Well balanced radial and axial cutting forces

Smooth entry into cut

Low vibration tendency when used in long overhang situations

Face and Chamfer milling applications (in every shop)

Double-sided insert — 8 cutting edges

* Positive geometry insert — Free cutting

Efficient cutting parameters due to chip thinning (Hex)

Directed through coolant at each insert providing excellent chip evacuation

PG.485 KAPR: 45°

PRODUCT # Designation DCmax DCmin APMX ZC LF D.\c,.gN KAPR

Insert Screw

970-000-094 PM1-2.00-5-.750-12 2.488 2.000 0.236 1.750 0.750 PM1 1205| PM1-4
970-000-096 PM1-3.00-8-1.00-12 3.488 3.000 0.236 “ 2.000 1.000 PM1 1205 PM1-4
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AT PM1 45° INDEXABLE INSERTS AL(E]D (PR RATELE
Cutting Tools Indexable Milling

Y 4
naeiaw 0y Ultra-Dex
Recommendations: ﬁﬂ!:.!sfnln';\‘ucsl

» Keep the cutter constantly engaged, when possible, to reduce enter and exit

onto the machined component

Utilize roll technique around all corners to avoid harsh directional changes

* The width of cut, a,, should be 30% or 70% of DC to ensure maximum
efficiency and process security

» Program tool paths around interruptions and holes when possible

SCX
PRODUCT# Designation HP470 HM470 HS470 HS480 HK430 HN432

| o14-000-104 | Pmit205Hex | e | | | | |

Part # Insert
Screw

968-000-119 | PM1-4

Cowoonios | mwiraossox | | e || ||

PACKAGE SIZE OF 10 968-000-123 | PM4-4

968-000-121 | PM2-4

PACKAGE SIZE OF 5

Chipbreaker:
HCX : Medium to roughing applications in steel and cast iron
SCX : Medium to finishing application in steels, stainless steels, hardened steels, and super alloys

Speeds & feeds are starting
recommendations only.
Factors such as machine type,

CARBON STEELS fixture, tooling
1018, 1040, 1080, <275 BHN rigidity, available horsepower,
1090, 10L50, 1140, or 300-800 .005 -.020 coolant delivery method
1212, 12115, 1525, <28 HRC and others will affect the
1536 performance significantly.
ALLOY STEELS <
4140, 4150, 4320, = 375 BHN 220-720 003 - .018
5120, 5150, 8630, or : SU9
86L20, 17-4 PH <40 HRC
STAINLESS STEELS | <275 BHN
R EE MASHINING) or 230-650 003 -.0015
430F, 440F <28 HRC
SCX HM470
STAINLESS STEELS <275 BHN
(DIFFICULT) or 260-700 .003 -.015
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 1100 .005 - .022
G3000, G3500 <19 HRC
DUCTILE IRONS < 260 BHN
e e T or 350 - 850 005 -.016
65-45-12 ' <26 HRC
TOOL STEELS <375BHN
A2, D2, H13, L2, M2, or 80-280 .004 - .011
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, | <275 BHN
Hastelloy, Inconel 625, or 60 - 250 .003 - .009
Stellite 31, Haynes 25, <
s Rene 41 Y 28 HRC SCX HS470
TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 90 - 300 .004 -.012
6AL-2S <28 HRC
*LOWER Vc AND Fz = MED.- HEAVY Ap/Ae *HIGHER Vc AND Fz = LIGHT-MED. Ap/Ae

www.archcuttingtools.com 15
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High Performance PM4 45° INDEXABLE FACE MILL ARTH

Indexable Milling Cutting Tools

v
i buUltra-Dex

PM4

» Face and chamfer milling in all ISO material applications

» Well balanced radial and axial cutting forces

* Ideal in low-powered machines due to very low cutting forces

» Smooth entry into cut with a true 45° entering angle

» Low vibration tendency when used in long overhang situations

* Cost efficient insert — 6 cutting edges

* Positive geometry insert and cutter body — High shear cutting action
Efficient cutting parameters due to chip thinning (Hex)

Directed through coolant at each insert providing excellent chip evacuation

-

P
APMX | Q- = 0 Y oy
- B s >
PG.486
N KAPR: 45°

PRODUCT # Designation DCmax DCmin APMX ZC LF KAPR Insert Screw

MS
970-000-110 PM4-1.50-4-.500-06 1.980 1.500 0.177 1.750 0.500

970-000-112 PM4-2.50-6-1.00-06 2.980 2.500 0.177 n 2.000 1.000 PM4 0604 | PM4-4

970-000-114 PM4-4.00-9-1.25-06 4.480 4.000 0.177 9 2.000 1.250 45.0
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High Performance
Cutting Tools Indexable Milling

e frp L
ARTIH PM4 45° INDEXABLE INSERTS

Recommendations:

« Keep the cutter constantly engaged, when possible, to reduce enter and exit onto
the machined component

« Utilize roll technique around all corners to avoid harsh directional changes

+ The width of cut, a_, should be 30% or 70% of DC to ensure maximum efficiency
and process security

* Program tool paths around interruptions and holes when possible

ol

b
HCX SCX LCX

by Ultra-Dex

PRODUCT#  Designation HP470 HM470 HS470 HS480 HK430 HN432

14-000-12
914000125 | o\ 11 060a-HEX

914-000-124 968-000-119 | PM1-4

968-000-121 | PM2-4

914-000-126 PM4 0604-LCX ° 968-000-123 | PMd-4
PACKAGE SIZE OF 10 PACKAGE SIZE OF 5

Chipbreaker:
HCX : Strong cutting edge. Medium to roughing applications in steels and cast irons

SCX : Sharp cutting edge. Medium to finishing application in steels, stainless steels, hardened steels, and super alloys
LCX : Positive up sharp cutting edge. Light finishing to medium roughing applications in non ferrous materials

Speeds & feeds are starting
recommendations only.
Factors such as machine

CARBON STEELS type, fixture, tooling
1018, 1040, 1080, <275 BHN rigidity, available
1090, 10L50, 1140, or 300-800 .005-.018 horsepower, coolant delivery
1212, 12L15, 1525, <28 HRC method and others will
1536 affect the performance
ALLOY STEELS < significantly.
4140, 4150, 4320, = 375 BN 220-720 005 - .016
5120, 5150, 8630, or . SO0
86120, 17-4 PH <40HRC
STAINLESS STEELS | <275 BHN
R MASHINING) or 230-650 003 -.012
430F, 440F <28 HRC
SCX HM470
STAINLESS STEELS | <275BHN
(DIFFICULT) or 260-700 .003 -.014
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 950 .005 - .020
G3000, G3500 <19 HRC
DUCTlLE IRONS <260 BHN
e or 350 - 800 005 - .016
65-45-12 ' <26 HRC
NON-FERROUS <271 BHN
Aluminum, Aluminum
cast, Brass, Copper, or LCX 400 - 1100 .007 - .020
Bronze, Non Metallic <28 HRC
TOOL STEELS <375 BHN
A2, D2, H13, L2, M2, or 80-250 .004 - .011
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, | <275BHN
gastelloy, Inconel 625, or 60 - 200 .003 - .008
tellite 31, Haynes 25, <
s Rene 41 Y 28 HRC SCX HS470
TITANIUM <275BHN
6AL-4V,ASTM 1, 2, 3, or .003 -.010
6AL-2S <28 HRC
*LOWER Vc AND Fz = MED.- HEAVY Ap/Ae *HIGHER Vc AND Fz = LIGHT-MED. Ap/Ae

www.archcuttingtools.com 17



High Performance PM2 90° INDEXABLE D=

Indexable Milling FACE / SHOULDER MILL ‘Cutting Tools
Y4
e ias buUltra-Dex
rRINIU L.

PM2

General first choice for shoulder and slot milling applications

Face milling, high feed edge milling, and plunge milling
 Cost efficient insert — 4 cutting edges

Excellent surface finish and higher utilization of low-powered machines
* Precise insert location providing a true 90° shoulder with minimal mismatch
» Positive geometry insert — Free cutting

Directed through coolant at each insert providing excellent chip evacuation

KAPR

KAPR: 90°

PRODUCT # Designation DC APMX ZC LF Dﬁg" RPMX KAPR  Insert  Screw

[ roomome | przssoom | 1o o ¢ 17| osmo | oz | %0
[ roomte | matorsom | 2000 osre | 6 7| orso | oso | s00
[ uroomte | iea002100m | om0 osre| o |aom | 1m0 | oz | o0
oo | ie200ors0rz | a0 osse | 5 17| orso | oaw | o0

PM2-3.00-7-1.00-12

PM2 09T308 | PM2-3

PM2 120508 | PM2-4

970-000-105

18 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



High Performance
Cutting Tools Indexable Milling

e frp L
ARTIH PM2 90° INDEXABLE INSERTS

Recommendations:

» Keep the cutter constantly engaged, when possible, to reduce enter and exit
onto the machined component

« Utilize roll technique around all corners to avoid harsh directional changes

+ The width of cut, a_, should be 30% or 70% of DC to ensure maximum efficiency
and process security

* Program tool paths around interruptions and holes when possible

PRODUCT # Designation = HP470 HM470 HS470 HS480 HK430 HN432

Part # Insert
Screw

968-000-119 | PM1-4

e

| _ot4-000-108 | PmM2osT308COX | || | | e |
| 014000115 | PM2120508HCX | e | | | | | |
e e ——

PACKAGE SIZE OF 5

968-000-121 | PM2-4

914-000-114 PM2 120508-CCX L
PACKAGE SIZE OF 10

Chipbreaker:

HCX : Strong cutting edge. Medium to roughing applications in steels and cast irons

SCX : Sharp cutting edge. Medium to finishing application in steels, stainless steels, hardened steels, and super alloys
CCX : Strong cutting edge for cast iron applications

LCX : Positive up sharp cutting edge. Light finishing to medium roughing applications in non ferrous materials

Speeds & feeds are starting
recommendations only.
Factors such as machine

CARBON STEELS type, fixture, toolin
1018, 1040, 1080, <275BHN rﬁdity, avaible
1090, 10L50, 1140, or 230-800 .003-.010 horsepower, coolant delivery
1212, 12L15, 1525, <28 HRC method and others will
1536 affect the performance
ALLOY STEELS significantly.
4140, 4150, 4320, SSTeE 230-700 003 - .008
5120, 5150, 8630, or : HU9 =
86120, 17-4 PH <40 HRC
STAINLESS STEELS <275 BHN
T MASHINING) or 200-600 003 - .009
430F, 440F <28 HRC
STAINLESS STEELS <275BHN
(DIFFICULT) or 200-600 .003 - .009
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 950 .004 - .015
G3000, G3500 <19 HRC
DUCTILE IRONS <
D&M series, 250, 300, = 260 BHN 300 - 700 003 - 011
350, 400, 60-40-18, or : SS9 =
65-45-12 <26 HRC
NON-FERROUS <271 BHN
Aluminum, Aluminum
N cast, Brass, Copper, or LCX HK430 | 400 - 1000 .006 -.018
Bronze, Non Metallic <28 HRC
TOOL STEELS <375 BHN
A2, D2, H13, L2, M2, or 80-250 .003 - .009
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, | <275BHN
Hastelloy, Inconel 625, or 60 - 200 .0025 - .007
Stellite 31, Haynes 25, <
s Rene 41 / 28 HRC SCX HS470

TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 90 - 350 .003 -.010
6AL-2S <28 HRC

*LOWER Vc AND Fz = MED.- HEAVY Ap/Ae *HIGHER Vc AND Fz = LIGHT-MED. Ap/Ae

www.archcuttingtools.com 19



High Performance PM3 10° HIGH FEED DT

Indexable Milling INDEXABLE FACE MILL Cutting Tools

v
i buUltra-Dex

PM3

General first choice for high feed face and plunge milling applications

» Multipurpose tool with helical boring, ramping and plunging capabilities
Extremely low radial cutting forces allowing for aggressive feed rates

» Cost efficient insert geometries that excel in HRSA and Stainless steels
High table feed due to the chip thinning effect — high metal removal rates

First consideration when face milling in long overhang machining applications
* Positive geometry insert — Free cutting
Directed through coolant at each insert providing excellent chip evacuation

KAPR: 10°

PRODUCT # Designation DCXmax DCmin APMX ZC LF Dﬁg" RPMX KAPR Insert Screw

PM3 10T308 | PM3-3.5

970-000-109 PM3-2.50-6-1.00-10 2.500 2.035 0.039 6 1.750 1.000 0.8° 10.0

0 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



D<T i PM3 10° HIGH FEED High Performance

Cutting Tools INDEXABLE INSERTS Indexable Milling
V

Recommendations: e me byuUltra-Dex
« Keep the cutter constantly engaged, when possible, to reduce enter and exit rRiniwi.

onto the machined component
« Utilize roll technique around all corners to avoid harsh directional changes
» The width of cut, ae, should be 30% or 70% of DC to ensure maximum
efficiency and process security
* Program tool paths around interruptions and holes when possible

HCX s

SCX
PRODUCT # Designation HP470 HM470 HS470 HS480 HK430 HN432 Part # Insert
Screw
914-000-119
| 914000119 | e | ]
e
PM3 10T308-SCX
914-000-123 ° 968-000-123 | PM4-4
PACKAGE SIZE OF 10 PACKAGE SIZE OF 5

Chipbreaker:

HCX : Strong cutting edge for general steels, cast irons, and hard conditions in milling application
SCX : Sharp cutting edge for general stainless steels and super alloy applications

CARBON STEELS
1018, 1040, 1080, <275 BHN
1090, 10L50, 1140, or 220 - 820 .009 - .075
1212, 12L15, 1525, <28 HRC
1536
2150, 150, 8630 or 220-720 .009 - .065
86120, 17-4 PH s40 HRC
STAINLESS STEELS | _
<275 BHN
gngig"ﬁ%”FN'NG) or 230-650 009 - .045
430F, 440F S28HRC
M ' SCX HM470
STAINLESS STEELS | <275BHN
(DIFFICULT) or 260-700 .009 - .045
304, 304L,316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 900 .009 - .063
G3000, G3500 <19 HRC
DUCTILE IRONS _
. <260 BHN
D&M series, 250, 300, or 300 - 850 009 - .055
350, 400, 60-40-18, < 28 HRC
65-45-12 =
TOOL STEELS <375 BHN
A2, D2, H13, L2, M2, or 100-350 1009 - .040
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, | <275 BHN
Hastelloy, Inconel 625, or 60 - 220 .007 - .035
Stellite 31, Haynes 25, <28 HR
s Rene 41 Y 8 c SCX HS470
TITANIUM <275 BHN
BAL-4V, ASTM 1, 2, or 90 - 400 .008 - .050
3,6AL-2S <28 HRC

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly. 21
www.archcuttingtools.com



Indexable F90AP 90° INDEXABLE AT

-

Milling FACE / SHOULDER MILL Cutting Tools

&}
by Ultra-DeXx

[REVERE|.
F90AP

+ Shoulder and slot milling in all ISO material applications
* Linear and helical ramping capabilities

Deep shoulder milling based on APMX of insert

Excellent surface finish and higher utilization of low-powered machines
» Positive geometry insert — Free cutting

KAPR

PG.489

iﬁ KAPR: 95°

PRODUCT # Designation DC V4o LF KAPR Inserts Screw

APKT 11T308

[ su000008 | FoorPoaooa-too-t | 3000 | s | 1750 | 0315 | 10w | sso

APKT 160408

22 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



AA=TH

Cutting Tools

F90AP 90°
INDEXABLE INSERTS

Indexable
Milling

PRODUCT # Designation Radius UD1

913-000-040 APKT 11T308 PF
913-000-047 APKT 11T316-PF
913-000-052 APKT 160408-PF

913-000-033

913-000-041

APKT 11T308-PM

913-000-043

APKT 11T312-PM
913-000-048 | o1 147316-PM
913-000-053

APKT 160408-PM
913-000-055

913-000-036

APKT 11T304-PM

APKT 11T304-PR

APKT 11T308-AL

913-000-050 | APKT 160408-AL | 0.031 °

UD204 UD404 UD602

| 913-000-029 e | |
APKT 11T304-PF | 0.015

[ I N AN

e | |

e | |

| 913-000-028 | APKT11T304-AL | 0015 | o | | | |

PACKAGE SIZE OF 10

APKT 11T308

Feed Per Tooth (inch)

\
AP (inch) Light Medium Heavy
é 315 .0028 .0031 .0039
G .236 .0039 .0047 .0059
£ 157 0047 | .0059 | .0079
[
e fit >
APKT 160408
A Feed Per Tooth (inch)
AP (inch) Light Medium Heavy
3 A72 .0028 .0031 .0039
E 315 .0039 .0047 .0059
§ 197 .0047 .0059 .0079
a >

fit

www.archcuttingtools.com

>

el
by Ultra-Dex

REVERE/|.

Insert

PRODUCT #
Screw

968-000-134 | SR34505

968-000-135| SR34505L

PACKAGE SIZE OF 5

23



Indexable

Milling

r

REVERE E90AP / FS0AP

INDEXABLE FACE / SHOULDER MILL
SPEED & FEEDS

by Ultra-DeXx

[REVERE|.

24

Cutting Tools

SQUARE SHOULDER MILLING

Fz
(INCH PER TOOTH)* APMX
CARBON STEELS
1018, 1040, 1080, <275 BHN
1090, 10L50, 1140, or 550-900 0.003 - 0.009 0.003 -0.012 0.315 0.472
1212, 12L15, 1525, <28 HRC
1536
ALLOY STEELS
4140, 4150, 4320 SEIzial]
’ ’ ’ or 450-850 | 0.003 - 0.0075 0.003 -0.010 0.315 0.472
5120, 5150, 8630, <40 HRC
86120, 17-4 PH
STAINLESS STEELS <275 BHN
(FREE MACHINING) or 350-875 | 0.003-0.009 0.003 -0.012 0.315 0.472
303, 416, 420F, <28 HRC
M 430F, 440F
STAINLESS STEELS <275 BHN
(DIFFICULT) or 250 -800 | 0.003-0.0075 0.003 - 0.010 0.315 0.472
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 1000 | 0.004 -0.010 0.004 - 0.012 0.315 0.472
G3000, G3500 <19 HRC
DUCTILE IRONS
D&M series, 250, 300, | =260 BHN
’ ’ ’ or 300-800 | 0.004-0.012 0.004 - 0.012 0.315 0.472
350, 400, 60-40-18, <26 HRC
65-45-12
NON-FERROUS
Aluminum, Aluminum <271 BHN
’ or 600-1200 0.004 - 0.014 0.004 - 0.016 0.315 0.472
N cast, Brass, Copper, <928 HRC
Bronze, Non Metallic
TOOL STEELS <555 BHN
H A2, D2, H13, L2, M2, or 190 - 500 | 0.003 - 0.007 0.003 - 0.009 0.315 0.472
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, <275 BHN
Hastelloy, Inconel 625, or 70-220 0.002 - 0.006 0.002 - 0.007 0.315 0.472
Stellite 31, Haynes 25, <28 HRC
s Rene 41
TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 230-450 | 0.003 - 0.0085 0.003 -0.010 0.315 0.472
B6AL-2S <28 HRC

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly.

Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



-l B REVERE E90AP / F90AP
Sarc INDEXABLE FACE / SHOULDER MILL

Indexable

Cutting Tools SPEED & FEEDS Milling

&)
by Ultra-Dex

[REVERE].

SQUARE SLOT MILLING

Fz
(INCH PER TOOTH)* APMX
CARBON STEELS
1018, 1040, 1080, <275 BHN
1090, 10L50, 1140, or 550-900 | 0.003-0.006 | 0.003-0.010 0.315 0.472
1212, 12L15, 1525, <28 HRC
1536
ALLOY STEELS
4140, 4150, 4320 Sl
’ ’ ’ or 450-850 | 0.003 -0.006 | 0.003 - 0.0085 0.315 0.472
5120, 5150, 8630, <40 HRC
86L20, 17-4 PH
STAINLESS STEELS
(FREE MACHINING) S 275BHN
or 350-875 | 0.003-0.007 | 0.003-0.010 0.315 0.472
303, 416, 420F, <28 HRC
M 430F, 440F
STAINLESS STEELS <275 BHN
(DIFFICULT) or 250 -800 | 0.003-0.006 | 0.003-0.010 0.315 0.472
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 1000 | 0.004 - 0.008 | 0.004 -0.010 0.315 0.472
G3000, G3500 <19 HRC
DUCTILE IRONS
D&M series, 250, 300, | 260 BHN
’ ’ ’ or 300-800 | 0.004-0.008 | 0.004-0.010 0.315 0.472
350, 400, 60-40-18, <26 HRC
65-45-12
NON-FERROUS
Aluminum, Aluminum <271 BHN
’ or 600-1200 | 0.004 - 0.011 0.004 - 0.014 0.315 0472
N cast, Brass, Copper, <928 HRC
Bronze, Non Metallic
TOOL STEELS <555 BHN
H A2, D2, H13, L2, M2, or 190 - 500 | 0.003-0.006 | 0.003-0.007 0.315 0.472
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, <275 BHN
Hastelloy, Inconel 625, or 70-220 0.002 - 0.006 | 0.002 - 0.007 0.315 0.472
Stellite 31, Haynes 25, <28 HRC
s Rene 41
TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 230-450 | 0.003-0.006 | 0.003-0.008 0.315 0.472
6AL-2S <28 HRC

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly.

www.archcuttingtools.com 25



Indexable
Milling Cutting Tools

el
by Ultra-DeXx

REVERE].

L -
FR INDEXABLE PROFILE / BUTTON MILL Ar(LI-I

FR ARBOR MOUNT

* Profile, contouring and slot milling in all ISO material applications

* Linear and helical ramping capabilities

High feed milling capabilities based on programed AP of insert
Excellent surface finish and higher utilization of low-powered machines

» Positive geometry insert — Free cutting

PG.491

PRODUCT # Designation DCmax DCmin DCON APMX ZC Insert Screw

946-000-041 FR-D2.00-4-.750-12 2.000 1.528 0.236 ( 6mm) 2.000 0.750 |0.236 ( 6mm) RCKT 1204 | MTS-35

946-000-040 FR-D2.00-3-.750-16 2.000 1.370 0.315 (8mm) 2.000 0.750 O.315(8mm) RCKT 1606 | MTS-4
946-000-043 FR-D3.00-5-1.00-16 3.000 2.370 0.315 (8mm) 1.750 1.000 O.315(8mm) RCKT 1606 | MTS-4

946-000-045 FR-D4.00-6-1.25-16 4.000 3.370 0.315 (8mm) 1.750 1.250 |0.315(8mm)| 6 RCKT 1606 | MTS-4

26 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



ARTIH FR INDEXABLE Indexable

r—4

Cutting Tools PROFILE / BUTTON INSERTS Mi"ing

Recommendations:
Productivity and tooling performance is not only influenced by grade

R 913-000-360
and geometry, but also by clamping the tool securely and accurately RDKW 0803 _—_
e rosamn 915-000-357 R R

It is recommended to use precision holders i.e. hydraulic, shrink fit RCKT 1073
913-000-339 I R
913000341 | ROKT1204 | | o |

RO 1500 et

PACKAGE SIZE OF 10
PRODUCT # Designation UD51 UD52 UD2 UD21 UD22

I N R R B
RoMT21S | | | e |

PRODUCT # Designation  UD1 UD404 UD602

Insert
Screw

968-000-087 MTS-184

PRODUCT #

968-000-092 MTS-255

968-000-085 MTS-4-DR

PACKAGE SIZE OF 5 RCMT 43

913-000-357

PACKAGE SIZE OF 10

Speeds & feeds are starting
recommendations only. Factors such as
machine type, fixture, tooling

rigidity, available horsepower, coolant
delivery method and others will affect the
performance significantly.

CARBON STEELS
1018, 1040, 1080, <275 BHN

12?2 ]gﬁg Eég < 280Ir-|RC 300-850 006 - .018 ** If the axial depth of cut (Ap) is less

1536 ’ ’ = than 50% of the full radius Insert
I.C., increase the feed rate (Fz) to

QH-OOI 135'555'3-230 <375 BHN compensate for the thinning (Hex) of

5120, 5150, 8630, or 200-700 .005 -.015 the actual chip thickness.

86L20, 17-4 PH <40 HRC

STAINLESS STEELS | <275BHN

(FREE MACHINING) or 200-650 003 -.010

303, 416, 420F,
430F, 440F <28 HRC
UD32

STAINLESS STEELS <275 BHN
(DIFFICULT) or 260-700 .003-.012
304, 304L, 316, 316L <28 HRC

GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 250-900 005 - .020
G3000, G3500 <19 HRC
DUCTlLE IRONS <260 BHN
e or 200-700 005 -.015
65-45-12 ' <26 HRC

NON-FERROUS <271 BHN ]

Aluminum, Aluminum

cast Brass, Copper or Upz | 400-975 .006 - .020
Bronze, Non Metallic <28 HRC

TOOL STEELS <375 BHN

A2, D2, H13, L2, M2, or 80-400 .004 - .012
P20, S7, T15, W2 <55 HRC

HR SUPER ALLOYS

Inconel 718, Waspaloy, | <275BHN

Hastelloy, Inconel 625, or 40-250 .003 - .008
Stellite 31, Haynes 25, <28 HRC uD32

Rene 41 UD52

TITANIUM <275BHN | UD404

6AL-4V,ASTM 1, 2, 3, or 100-550 .003-.010
6AL-2S <28 HRC

www.archcuttingtools.com e7



Indexable AT

. E90AP 90° INDEXABLE END MILL ‘C ttina Tool
Mllllng ucting lools
r
by Ultra-Dex
[REVERE]. E90AP
 Shoulder and slot milling in all ISO material applications
* Linear and helical ramping capabilities
 Deep shoulder milling based on APMX of insert
» Excellent surface finish and higher utilization of low-powered machines
» Positive geometry insert — Free cutting
« Directed through coolant at each insert providing excellent chip evacuation
PG.489
i& KAPR: 90° No Coolant

PRODUCT # Designation LF LU APMX DCON BD RMPX 2ZC KAPR Insert Screw

946-000-001 E90AP D0.500-1-W.500-11 | 0.500 | 3.375 | 0.975 | 0.315 | 0.500 | 0.455 --m SR34505
946-000-003 E90AP D.750-2-W.750-11 0.750 | 3.375 | 0.975 | 0.315 | 0.750 | 0.705 m SR34505L
946-000-007 E90AP D.750-3-W.750-6-11 | 0.750 | 6.000 | 3.000 | 0.315 | 0.750 | 0.705 m SR34505L
APKT 11T308
946-000-011 E90AP D1.00-3-W1.00-11 1.000 | 4.000 | 1.500 | 0.315 | 1.000 | 0.955 m SR34505L
946-000-015 EQ0AP D1.250-3-W.750-11 1.250 | 4.000 | 1.500 | 0.315 | 0.750 | 1.205 m SR34505L
946-000-021 E90AP D1.500-5-W1.00-11 1.500 | 4.000 | 1.500 | 0.315 | 1.000 | 1.475 m SR34505L
946-000-009 E90AP D1.00-2-W1.00-6-16 | 1.000 | 6.000 | 4.000 | 0.472 | 1.000 | 0.940 “m SR14544

APKT 160408

Coolant Thru

PRODUCT # Designation LF LU APMX DCON BD RMPX ZC KAPR Insert Screw

e o ey o o e e o e e et
[ cwoors | esownorooswiao1c 1o o0 | 10 | 0315 | tamw om0 45 | 3 | o

946-000-020 E90AP D1.500-3-W1.00-16-C | 1.500 | 4.000 | 1.500 | 0.472 | 1.000 | 1.425 | 25° 3 90.0 SR14544

APKT 11T308

8 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



AA=TH

Cutting Tools

E90AP 90°
INDEXABLE INSERTS

Indexable

PRODUCT # Designation

913-000-040 APKT 11T308 PF
913-000-047 APKT 11T316-PF
913-000-052 APKT 160408-PF

913-000-033 | APKT 11T304-PM

913-000-041

APKT 11T308-PM
913-000-043

APKT 11T312-PM
913-000-048 | o1 147316-PM

913-000-053
APKT 160408-PM
913-000-055

913-000-036

APKT 11T304-PR

APKT 11T308-AL

913-000-050 | APKT 160408-AL | 0.031 °

Radius UD1

| 913-000-029 e | |
APKT 11T304-PF | 0.015

[ I N AN

e | |

e | |

UD204 UD404 UD602

| 913-000-028 | APKT11T304-AL | 0015 | o | | | |

Milling

r

[REVERE].

by Ultra-Dex

Insert

PRODUCT #
Screw

968-000-134 | SR34505

968-000-135| SR34505L

PACKAGE SIZE OF 10

APKT 11T308
Feed Per Tooth (inch)
AP (inch) Light Medium Heavy
?; .315 .0028 .0031 .0039
kS .236 .0039 .0047 .0059
% 157 0047 | 0059 | .0079
e fit >
APKT 160408
A Feed Per Tooth (inch)
AP (inch) Light Medium Heavy
3 472 .0028 .0031 .0039
;6 315 10039 .0047 .0059
‘% 197 .0047 .0059 .0079
o

fit

»

www.archcuttingtools.com
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PACKAGE SIZE OF 5
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Indexable

Milling

r

by Ultra-DeXx

[REVERE|.

30

E90AP/FI0AP
INDEXABLE FACE/SHOULDER MILL
SPEED & FEEDS

Cutting Tools

SQUARE SHOULDER MILLING

Fz
(INCH PER TOOTH)* APMX
CARBON STEELS
1018, 1040, 1080, <275 BHN
1090, 10L50, 1140, or 550-900 0.003 - 0.009 0.003 -0.012 0.315 0.472
1212, 12L15, 1525, <28 HRC
1536
ALLOY STEELS
4140, 4150, 4320 SEIzial]
’ ’ ’ or 450-850 | 0.003 - 0.0075 0.003 -0.010 0.315 0.472
5120, 5150, 8630, <40 HRC
86120, 17-4 PH
STAINLESS STEELS <275 BHN
(FREE MACHINING) or 350-875 | 0.003-0.009 0.003 -0.012 0.315 0.472
303, 416, 420F, <28 HRC
M 430F, 440F
STAINLESS STEELS <275 BHN
(DIFFICULT) or 250 -800 | 0.003-0.0075 0.003 - 0.010 0.315 0.472
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 1000 | 0.004 -0.010 0.004 - 0.012 0.315 0.472
G3000, G3500 <19 HRC
DUCTILE IRONS
D&M series, 250, 300, | =260 BHN
’ ’ ’ or 300-800 | 0.004-0.012 0.004 - 0.012 0.315 0.472
350, 400, 60-40-18, <26 HRC
65-45-12
NON-FERROUS
Aluminum, Aluminum <271 BHN
’ or 600-1200 0.004 - 0.014 0.004 - 0.016 0.315 0.472
N cast, Brass, Copper, <928 HRC
Bronze, Non Metallic
TOOL STEELS <555 BHN
H A2, D2, H13, L2, M2, or 190 - 500 | 0.003 - 0.007 0.003 - 0.009 0.315 0.472
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, <275 BHN
Hastelloy, Inconel 625, or 70-220 0.002 - 0.006 0.002 - 0.007 0.315 0.472
Stellite 31, Haynes 25, <28 HRC
s Rene 41
TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 230-450 | 0.003 - 0.0085 0.003 -0.010 0.315 0.472
B6AL-2S <28 HRC

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly.

Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



DI E90AP/F90AP
Sarc INDEXABLE FACE/SHOULDER MILL

Indexable

Cutting Tools SPEED & FEEDS Milling

&)
by Ultra-Dex

[REVERE].

SQUARE SLOT MILLING

Fz
(INCH PER TOOTH)* APMX
CARBON STEELS
1018, 1040, 1080, <275 BHN
1090, 10L50, 1140, or 550-900 | 0.003-0.006 | 0.003-0.010 0.315 0.472
1212, 12L15, 1525, <28 HRC
1536
ALLOY STEELS
4140, 4150, 4320 Sl
’ ’ ’ or 450-850 | 0.003 -0.006 | 0.003 - 0.0085 0.315 0.472
5120, 5150, 8630, <40 HRC
86L20, 17-4 PH
STAINLESS STEELS
(FREE MACHINING) S 275BHN
or 350-875 | 0.003-0.007 | 0.003-0.010 0.315 0.472
303, 416, 420F, <28 HRC
M 430F, 440F
STAINLESS STEELS <275 BHN
(DIFFICULT) or 250 -800 | 0.003-0.006 | 0.003-0.010 0.315 0.472
304, 304L, 316, 316L <28 HRC
GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 400 - 1000 | 0.004 - 0.008 | 0.004 -0.010 0.315 0.472
G3000, G3500 <19 HRC
DUCTILE IRONS
D&M series, 250, 300, | 260 BHN
’ ’ ’ or 300-800 | 0.004-0.008 | 0.004-0.010 0.315 0.472
350, 400, 60-40-18, <26 HRC
65-45-12
NON-FERROUS
Aluminum, Aluminum <271 BHN
’ or 600-1200 | 0.004 - 0.011 0.004 - 0.014 0.315 0472
N cast, Brass, Copper, <928 HRC
Bronze, Non Metallic
TOOL STEELS <555 BHN
H A2, D2, H13, L2, M2, or 190 - 500 | 0.003-0.006 | 0.003-0.007 0.315 0.472
P20, S7, T15, W2 <55 HRC
HR SUPER ALLOYS
Inconel 718, Waspaloy, <275 BHN
Hastelloy, Inconel 625, or 70-220 0.002 - 0.006 | 0.002 - 0.007 0.315 0.472
Stellite 31, Haynes 25, <28 HRC
s Rene 41
TITANIUM <275 BHN
6AL-4V,ASTM 1, 2, 3, or 230-450 | 0.003-0.006 | 0.003-0.008 0.315 0.472
6AL-2S <28 HRC

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly.

www.archcuttingtools.com 31



Indexable D re

ER INDEXABLE PROFILE / BUTTON MILL U —H

Milling Cutting Tools

r

[REVERE|.

by Ultra-DeXx

ER WELDON SHANK

 Shoulder and slot milling in all ISO material applications
* Linear and helical ramping capabilities

Deep shoulder milling based on APMX of insert

» Excellent surface finish and higher utilization of low-powered machines

» Positive geometry insert — Free cutting

+ Directed through coolant at each insert providing excellent chip evacuation

-q—LUAh‘

s

o |
APMK —= l‘—
1

-t LF -

PG.491

PRODUCT#  Designation DCmax DCmin Re LF LU DCON ZC  APMX Insert Screw

946-000-022 ER-D.750-2-.750-08 | 0.750 0.436 0.157 /4mm | 3.380 | 0.975 0.750 - 0.157 /4mm| RDKW 0803 | MTS-3-DR

946-000-025 ER-D1.00-2-.750-10 0.606 0.197 /5mm | 3.380 | 1.500 0.197/5mm RCKT 1073

946-000-024 ER-D1.00-2-.750-08 | 1.000 0.686 0.157 /4mm | 3.380 | 1.500 0.750 0.157 /4mm| RDKW 0803 | MTS-3-DR
946-000-029 ER-D1.25-3-1.00-10 | 1.250 0.856 0.197 /5mm | 4.000 | 1.500 1.000 0.197 /5mm| RCKT 10T3 MTS-35
946-000-031 ER-D1.50-3-1.00-4 1.500 1.000 0.250 4.000 | 1.500 1.000 0.250 RCMT 43 MTS-4

32 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



ARTIH ER INDEXABLE Indexable

r—4

Cutting Tools PROFILE / BUTTON INSERTS Mi"ing

Recommendations:
Productivity and tooling performance is not only influenced by grade

R 913-000-360
and geometry, but also by clamping the tool securely and accurately RDKW 0803 _—_
e rosamn 915-000-357 R R

It is recommended to use precision holders i.e. hydraulic, shrink fit RCKT 1073
913-000-339 I R
913000341 | ROKT1204 | | o |

RO 1500 et

PACKAGE SIZE OF 10
PRODUCT # Designation UD51 UD52 UD2 UD21 UD22

I N R R B
RoMT21S | | | e |

PRODUCT # Designation  UD1 UD404 UD602

Insert
Screw

968-000-087 MTS-184

PRODUCT #

968-000-092 MTS-255

968-000-085 MTS-4-DR

PACKAGE SIZE OF 5 RCMT 43

913-000-357

PACKAGE SIZE OF 10

Speeds & feeds are starting
recommendations only. Factors such as
machine type, fixture, tooling

rigidity, available horsepower, coolant
delivery method and others will affect the

CARBON STEELS

1018, 1040, 1080, <275 BHN performance significantly.

12?(2) 13::?2 1152(5) < 280|r-|RC 300-850 006 -.018 ** If the axial depth of cut (Ap) is less

1536 B = than 50% of the full radius Insert
I.C., increase the feed rate (Fz) to

2\1'-‘:-001 135'55%230 <375BHN compensate for the thinning (Hex) of

5120: 5150: 8630: @r 200-700 .005 - .015 the actual chip thickness.

8620, 17-4 PH <40 HRC

STAINLESS STEELS < 275 BHN

(FREE MACHINING) or 200-650 003 -.010

303, 416, 420F,
430F, 440F <28 HRC
UD32

STAINLESS STEELS <275 BHN
(DIFFICULT) or 260-700 .003 -.012
304, 304L, 316, 316L <28 HRC

GRAY IRONS <220 BHN
Class 20, 30, 40, 50, 60, or 250-900 005 - .020
G3000, G3500 <19 HRC
DUCTlLE IRONS < 260 BHN
Lo or 200-700 005 -.015
65-45-12 ' <26 HRC

NON-FERROUS <271 BHN Ty

Aluminum, Aluminum

e Brans, Conper or UD2 | 400-975 .006 - .020
Bronze, Non Metallic <28 HRC

TOOL STEELS <375 BHN

A2, D2, H13, L2, M2, or 80-400 .004 - .012
P20, S7, T15, W2 <55 HRC

HR SUPER ALLOYS

Inconel 718, Waspaloy, | <275BHN

Hastelloy, Inconel 625, or 40-250 .003 - .008
Stellite 31, Haynes 25, | <28 HRc | UD32

Rene 41 UD52

TITANIUM <275BHN | UD404

6AL-4V,ASTM 1, 2, 3, or 100-550 .003 -.010
6AL-2S <28 HRC

www.archcuttingtools.com 33
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DA<TH High Performance

Cutting Tools End Mills

Originally optimized to tackle difficult to machine applications such as in titanium & pre-
hardened steels, this High-Performance End Mill has excelled in a wide array of exotic,
alloyed and ferrous part materials. The Patriot family of high-performance end mills is
designed with advanced proprietary geometry. There is a thin film coating that consistently
delivers increased tool life, superior part finish and aggressive metal removal rates. This
is all accomplished within a machining environment that generates extreme working

temperatures.

TOOL BENEFITS:
* Ranging from 0.125”- 1.00” diameters

+ Can be used in roughing, profiling, slotting, and finishing applications

* Increased tool life — high performance coating that offers high wear resistance complimented
by toughness and stability at high temperatures

« Significantly reduces chatter and improve surface finish

* Increase material removal rates by increased cutting depth and feed rates

CASE STUDIES

$70.000 Annual End Mill Cost Annual End Mill Cost
' 80,000
$60,000 $40,558 5 $68,282
' ANNUAL $70,000 ANNUAL
$50,000 < l}?hl‘i: $60,000 M ::‘?hl’:"
— HIGH ¥ PERFORMANCE N HIGH ¥ PERFORMANCE °
$40.000 S SAVINGS $50,000 S SAVINGS
$30,000 Gé_ $40,000 @
$30,000
$20,000 [®) ®
(@) $20,000
$10,000 $10,000
Patrio
$0 $0
4340 Steel SAE 4023
Large Frame Manufacturer Power Train Manufacturer
Annual End Mill Cost Annual End Mill Cost
$120,000 iﬁ%ﬁﬂ $25,000 33&33\3'_
$100,000 Na”~Z V
' O nn‘-rnl;lq- $20’000 n:"l'lll’:"
$80 ’000 d HIGH J PERFORMANCE ~ Matiai il A8
2 SAVINGS $15,000 Q SAVINGS
$60,000 ‘g 9 ﬁ
=
$40,000 £ $10,000 “g’_
O
O
$20,000 $5,000 o
$0 $0
17-4 PH Cobalt Chrome
Medical Manufacturer Medical Manufacturer

Proprietary to ARCH Cutting Tools

www.archcuttingtools.com 35



) A
High Performance 4 FLUTE, STANDARD, STUB, SQUARE END ARTH

End Mills Cutting Tools

(11}

Q v VARIABLE HELIX

N N\a”Z

A eamor @ KEO . L- :

S =
PG.492 Ni
i& 4-FLUTE - STUB LENGTH - SQUARE END I

DC DCONms APmx L PRODUCT #

0.7500 0.7500 1.0000 1.6250 3.0000 976-000-009

PG.492

i& 4-FLUTE - STANDARD LENGTH - SQUARE END @

DC DCONms APmx PRODUCT #

1.0000 1.0000 1.7500 1.8750 4.0000 976-000-028

36 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



DRCH 4 FLUTE, STANDARD, High Performance

Cutting Tools LONG LENGTH, SQUARE END End Mills

VARIABLE HELIX N\l
| A 4 v KEO

CARBIDE

PG.492 N )
i,/; 4-FLUTE - LONG LENGTH - SQUARE END [

DC DCONms APmax PRODUCT #

DC DCONms APmax PRODUCT #

0.1250 0.1250 1.0000 1.6250 3.0000 976-000-039
0.2500 0.2500 1.5000 2.1250 4.0000 976-000-041

0.3750 0.3750 2.0000 1.6250 4.0000 976-000-043
0.5000 0.5000 3.0000 2.6250 6.0000 976-000-045
0.7500 0.7500 3.0000 2.6250 6.0000 976-000-047

www.archcuttingtools.com 37



CARBIDE

High Performance 4 FLUTE, STUB, STANDARD, D <T i

End Mills

38

CORNER RADIUS

VARIABLE HELIX

4-FLUTE - STUB LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #

0.7500 0.7500 0.0400 1.0000 1.6250 3.0000 976-000-136

iﬁ 4-FLUTE - STANDARD LENGTH - CORNER RADIUS

DCONms Re APmx L PRODUCT #

0.3125 0.3125 0.0200 0.8125 1.3125 2.5000 976-000-161

Contact us today at: ARCHCTSales@archgp.com | 888-390-2050

r—4

Cutting Tools



ya=dwl 1 4 FLUTE, STANDARD, High Performance

r—4

Cutting Tools CORNER RADIUS End Mills

PG.492 g

i& 4-FLUTE - STANDARD LENGTH - CORNER RADIUS V v KEO

DC DCONms Re APmx L PRODUCT #

CARBIDE

0.5000 0.5000 0.0150 1.7500 1.3750 3.5000 976-000-208

www.archcuttingtools.com 39



High Performance 4 FLUTE, STANDARD AND AARCH

r—4

End Mills ROUGHING/CHIP BREAKER CORNER RADIUS Cutting Tools

(11}

ﬂ v

-— \‘ ’/ B |

A eamior  KEO I

< R

(&) Pt
PG.492 |
i& 4-FLUTE - STANDARD LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #

PG.492
i& 4-FLUTE - STANDARD LENGTH - CORNER RADIUS @

DC DCONms Re APmx L PRODUCT #

0.2500 0.2500 0.0200 0.7500 1.3750 2.5000 976-000-529

0.5000 0.5000 0.0300 1.0000 1.6250 3.0000 976-000-531
0.7500 0.7500 0.0400 1.7500 1.8750 4.0000 976-000-533

40 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



ya=dwl 1 4 FLUTE, LONG LENGTH, High Performance

r—4

Cutting Tools X-LONG LENGTH CORNER RADIUS End Mills

PG.492 f"
X 4-FLUTE - LONG LENGTH - CORNER RADIUS V v KEQ

DC DCONms Re APmx L PRODUCT #

CARBIDE

PG.492

i& 4-FLUTE - X LONG LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #

www.archcuttingtools.com 41



High Performance 4 FLUTE, STUB, STANDARD, ARTH

r—4

End Mills BALL END Cutting Tools

g, VARIABLE HELIX
ot @ KEO

nn?nlﬂ?
FAI KIU I

HIGH % PERFORMANCE

CARBIDE

DC DCONms APmx PRODUCT #

0.7500 0.7500 0.3750 1.0000 1.6250 3.0000 976-000-496

PG.492 @

DC DCONms APmx PRODUCT #

0.1250 0.1250 0.0625 0.5000 0.6250 1.5000 976-000-497
0.2500 0.2500 0.1250 0.7500 1.3750 2.5000 976-000-499
0.3750 0.3750 0.1875 0.8750 1.2500 2.5000 976-000-501

0.4375 0.4375 0.2188 1.0000 1.3750 2.7500 976-000-503
0.5000 0.5000 0.2500 1.2500 1.3750 3.0000 976-000-505
0.7500 0.7500 0.3750 1.7500 1.8750 4.0000 976-000-507

42 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



DT 4 FLUTE, LONG LENGTH, High Performance

Cutting Tools X LONG LENGTH, BALL END End Mills
a
VARIABLE HELIX v —
oA

satmer ¥ KEQ
g
L L - o

PG.492 a

i«l? 4-FLUTE - LONG LENGTH - BALL END

DC DCONms APmx PRODUCT #

PG.492 N'
i& 4-FLUTE - X LONG LENGTH - BALL END

DCONms APmx PRODUCT #

0.1250 0.1250 0.0625 1.0000 1.6250 3.0000 976-000-519
0.2500 0.2500 0.1250 1.5000 2.1250 4.0000 976-000-521

0.3750 0.3750 0.1875 1.7500 1.8750 4.0000 976-000-523
0.5000 0.5000 0.2500 3.0000 2.6250 6.0000 976-000-525
0.7500 0.7500 0.3750 3.0000 2.6250 6.0000 976-000-527
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CARBIDE

High Performance

44

End Mills

5 FLUTE, STUB, STANDARD,
SQUARE END

PG.492 /F- )
i& 5-FLUTE - STUB LENGTH - SQUARE END

DC DCONms APmx PRODUCT #

0.7500 0.7500 1.0000 1.6250 3.0000 976-000-057

ARCTH
Cutting Tools

PG.492 1
i& 5-FLUTE - STANDARD LENGTH - SQUARE END @

DC DCONms APmx PRODUCT #

1.0000 1.0000 1.7500 1.8750 4.0000 976-000-076

Contact us today at: ARCHCTSales@archgp.com | 888-390-2050




DT H 5 FLUTE, LONG LENGTH, High Performance

Cutting Tools XLONG LENGTH, SQUARE END End Mills
Ll
A —4 E
ratmer ¥ KEQ
i.. L - HIGH % PERFORMANCE <
- AP 4 | 3 - o

PG.492 £
i,/; 5-FLUTE - LONG LENGTH - SQUARE END @

DC DCONms APmx PRODUCT #

PG.492 1
i& 5-FLUTE - X LONG LENGTH - SQUARE END @

DCONms APmx PRODUCT #

0.1250 0.1250 1.0000 1.6250 3.0000 976-000-087
0.2500 0.2500 1.5000 2.1250 4.0000 976-000-089

0.3750 0.3750 2.0000 1.6250 4.0000 976-000-091
0.5000 0.5000 3.0000 2.6250 6.0000 976-000-093
0.7500 0.7500 3.0000 2.6250 6.0000 976-000-095
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High Performance 5 FLUTE, STUB, STANDARD, ARTEH

r—4

End Mills CORNER RADIUS Cutting Tools

CARBIDE

5-FLUTE - STUB LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #

0.7500 0.7500 0.0400 1.0000 1.6250 3.0000 976-000-284

PG.492 /F 4
i& 5-FLUTE - STANDARD LENGTH - CORNER RADIUS '

DC DCONms APmx PRODUCT #

46 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



Aa<UTiH 5 FLUTE, STANDARD, High Performance

Cutting Tools CORNER RADIUS End Mills

CARBIDE

DC DCONms APmx PRODUCT #

www.archcuttingtools.com 47



High Performance 5 FLUTE, STANDARD, DT

r—4

End Mills CORNER RADIUS Cutting Tools

CARBIDE

DCOKms:

i& 5-FLUTE - STANDARD LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #

48 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



Aa<UTiH 5 FLUTE, LONG LENGTH, High Performance

Cutting Tools X LONG LENGTH, CORNER RADIUS End Mills

PG.492

N

DC

& be KEO

5-FLUTE - LONG LENGTH - CORNER RADIUS

v
3

a2
3]

CARBIDE

DCONms Re APmx L PRODUCT #

0.1250 0.1250 0.0150 0.7500 1.3750 2.5000 976-000-381
0.1875 0.1875 0.0150 0.7500 1.3750 2.5000 976-000-383
0.2500 0.2500 0.0150 1.1250 1.5000 3.0000 976-000-385

0.6250 0.6250 0.0300 2.2500 2.3750 5.0000 976-000-395
0.7500 0.7500 0.0300 2.2500 2.3750 5.0000 976-000-397
1.0000 1.0000 0.0300 2.2500 2.3750 5.0000 976-000-399

PG.492

N

DC

5-FLUTE - X - LONG LENGTH - CORNER RADIUS

DCONms Re APmx L PRODUCT #

0.1250 0.1250 0.0150 1.0000 1.3750 3.0000 976-000-401
0.1875 0.1875 0.0150 1.1250 1.3750 3.0000 976-000-404

0.2500 0.2500 0.0150 1.5000 1.5000 4.0000 976-000-406
0.3125 0.3125 0.0300 1.6250 1.5000 4.0000 976-000-408
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n e

High Performance 7 FLUTE, STUB, STANDARD, SQUARE END A

End Mills

Cutting Tools

CARBIDE

50

PG.492 <M

iﬁ 7-FLUTE - STUB LENGTH - SQUARE END

DC DCONms APmx PRODUCT #

PG.492 7-FLUTE - STANDARD LENGTH - SQUARE END %

DC DCONms APmx PRODUCT #

0.1875 0.1875 0.6250 1.0000 2.0000 976-000-105
0.2500 0.2500 1.0000 1.1250 2.5000 976-000-107
0.3750 0.3750 0.8750 1.2500 2.5000 976-000-109
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DT IH 7 FLUTE, LONG LENGTH, SQUARE END High Performance

Cutting Tools & STUB, CORNER RADIUS End Mills

y
\\\
g
A
m
o
CARBIDE

PG.492 Tl

i& 7-FLUTE - LONG LENGTH - SQUARE END '

DCONms APmx PRODUCT #

1.0000 1.0000 2.2500 2.3750 5.0000 976-000-127

PG.492 a il
i& 7-FLUTE - STUB LENGTH - CORNER RADIUS @

DC DCONms APmx PRODUCT #

0.1875 0.1875 0.0100 0.3750 1.2500 2.0000 976-000-424
0.3125 0.3125 0.0200 0.5000 1.1250 2.0000 976-000-426

0.4375 0.4375 0.0300 0.6250 1.5000 2.5000 976-000-428
0.6250 0.6250 0.0400 0.7500 1.8750 3.0000 976-000-430
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High Performance 7 FLUTE, STANDARD LENGTH, ARCH

r—4

End Mills CORNER RADIUS Cutting Tools

CARBIDE

PG.492

i& 7-FLUTE - STANDARD LENGTH - CORNER RADIUS

DC DCONms Re APmx L PRODUCT #
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ya=dwl 1 7 FLUTE, LONG LENGTH, High Performance

r—4

Cutting Tools CORNER RADIUS End Mills

w
(=]
V by KEO E
g
(8]

in; 7-FLUTE - LONG LENGTH - CORNER RADIUS @

DCONms APmx PRODUCT #
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r—4

. T SQUARE END, STANDARD D<UT i
Solid Milling 30° HELIX Cutting Tools

@ .005"- .045"

CARBIDE

~ APmX = Ls -

DCONms

S @98
UNCOATED

2 FLUTE 3FLUTE 4 FLUTE

5
'

DC DCONms APmx LS

4 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050



[/— L
ARCTH SQUARE END, STANDARD Solid Milling

Cutting Tools

@ .005"- .045" K Ea

CARBIDE

i ¥
o i e — -
i @& PG

DC DCONms APmx LS L
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oo =
Solid Milling SQUARE END, STANDARD ﬁ:{g%o;:'

@ .046"- 1772"

-*APrnXA-‘ ) Ls
. b

o i
DC | DCONms
| | @YY
UNCOATED

2 FLUTE 3 FLUTE 4 FLUTE

56 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050

CARBIDE

DC DCONms APmx LS L




[ /— L
ARTH SQUARE END, STANDARD Solid Milling

Cutting Tools
w
@ .046"- 1772" o Q
a m
KE @
. <
()
~ APmMX -‘ - Ls "
i 22X

DC DCONms APmx LS L
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SQUARE END, STUB DT

r—4

SOI|d MI"Iﬂg 30° HELIX cutting Tools

‘é‘ @ .005"- .040"
11]
g L L
APmMX LS -
i +
DC DCONms
o X

UNCOATED
2 FLUTE 4 FLUTE

0.0400 0.1250 0.0600 1.2214 1.5000 930-001-426 930-001-652 930-001-599

DC DCONms APmx LS L
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I e e M
ARCTH SQUARE END, STUB Solid Milling

Cutting Tools

@ .005"- .040" K Ea

CARBIDE

DC DCONms APmx LS L
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Ao
Solid Milling SQUARE END, STUB -‘c‘:t:r;%o;;'

@ .045"- 1378"

CARBIDE

R I )
oc L e ——
T 1

PG.493 g Ei
I,

UNCOATED
2 FLUTE 4 FLUTE

DC DCONms APmx LS

0.0700 0.1250 0.1050 1.2535 1.5000 930-001-434 930-001-660 930-001-607
0.0740 0.1250 0.1110 1.2578 1.5000 930-001-435 930-001-661
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ATiH 1 Ml
Cutting Tools SQUARE END, STUB Solid Milling

@ .045"- 120"

4
e DoN e ——

DC DCONms APmx LS L

0.1200 0.1250 0.1800 1.3071 1.5000 930-001-521 930-001-734

www.archcuttingtools.com 61



r—4

. - SQUARE END, LONG SHANK, STUB D<UT i
SOI|d MI"Iﬂg 300 HELIX Cuttlng Tools

@ .010"- .250"

CARBIDE

: i
DCONms
1

UNCOATED
3 FLUTE

DC DCONms APmx LS L
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ARTH SQUARE END, LONG SHANK,

Solid Milling

Cutting Tools LONG REACH, STUB 30° HELIX
@ .010"- .035" a a
KE 5
7
L - 3
LF N Ls >

UNCOATED
3 FLUTE

0.0350 0.1250 0.0525 1.7550 2.5000 0.7000 930-003-780 930-003-644 930-003-101

DC DCONms APmx LS L LF
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) - SQUARE END, LONG SHANK, DT
Solid Milling LONG REACH, STUB Cutting Tools

@.040"- .075"

CARBIDE

UNCOATED
3 FLUTE

0.0750 0.1250 0.1125 1.5750 2.5000 0.9000 930-003-746 930-003-610 930-003-073

DC DCONms APmx LS LF
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DARTH SQUARE END, LONG SHANK,

Cutting Tools LONG REACH, STUB Solid Milling

@ .078"- .250" a
- L ] KE o
- LF - | Ls 5
. F APrrocdl ‘ (&)
PG.493 : %} | ‘ lnco:rqms S ——

N

UNCOATED
3 FLUTE

DC DCONms APmx LS LF
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) . AT IH
Solid Milling SQUARE END, LONG REACH Cutting Tools

@ .005"- .100"

CARBIDE

=~ APmx —=

UNCOATED
2 FLUTE 4 FLUTE

DC DCONms APmx LS L LF
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ARTH SQUARE END, LONG FLUTE,

Cutting Tools LONG REACH, 30° HELIX Solid Milling

@ .010"- .250" a

KE o

o

g

(8]

L
LF LS
= APmMX —=
]
? D | bconms S
1

UNCOATED
3 FLUTE

N B S T

0.2500 0.2500 1.5000 2.0000 4.0000 N/A 930-002-992 N/A 931-000-335

DC DCONms APmx LS LF
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r—4

30° HELIX Cutting Tools

e = =
Solid Milling SQUARE END, EXTRA LONG FLUTE DR I

= @ .031"- 125"
m
[
g
(8]
L -
LS
i
DCONms e o e ]
%
PG.493
WX 12X FLUTE LENGTH @

UNCOATED
3 FLUTE

0.0310 0.1250 0.3750 1.8832 2.5000 930-002-993 930-002-956 930-002-821

DC DCONms APmx LS L

0.0620 0.1250 0.7500 1.5879 2.5000 930-002-995 930-002-958 930-002-823
0.0930 0.1250 1.1250 1.2927 2.5000 930-002-997 930-002-960 930-002-825

@ .062" - .125"

APmx -‘ i— Ls
4 i ———————
DC DCONms
PG.493 L —t
WX 15X FLUTE LENGTH @

UNCOATED
3 FLUTE

0.0620 0.1250 0.9500 1.3879 2.5000 930-002-999 930-002-962 930-002-827
0.0930 0.1250 1.4000 1.5177 3.0000 930-003-002 930-002-964 930-002-829

DC DCONms APmx LS L

@ .156"- .250"

APmx -‘ i— LS
4 | ;
DC
— m DCONms
PG.493
i& 12X FLUTE LENGTH @

UNCOATED
4 FLUTE

DC DCONms APmx LS L

0.1563 0.1875 1.8750 2.0446 4.0000 930-001-170 930-001-161 931-000-256

0.2500 0.2500 3.0000 2.6250 6.0000 930-001-172 930-001-163 931-000-258
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AR SQUARE END, MULTI - FLUTE

r—4

Cutting Tools HIGH HELIX 35° / 45° HELIX

Solid Milling

@ .015"-.100"

19

PG.493
i& MULTI - FLUTE @

UNCOATED
DC DCONms APmx LS L
SFLUTE

0.1000 0.1250 0.3000 1.1357 1.5000 930-003-858 930-003-877

@ .093"- .100"

~ APmX -‘ ’- Ls -

1

i
oconms - S

PG.493
i& HIGH HELIX @

UNCOATED
2 FLUTE

0.0150 0.1250 0.0450 1.1720 1.5000 930-000-606

DC DCONms APmx LS L

0.0470 0.1250 0.1410 1.1584 1.5000 930-000-608
0.0780 0.1250 0.2340 1.1451 1.5000 930-000-610
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CARBIDE

Solid Millin SQUARE END, STANDARD & LONG SHANK ARTH
9 STUB, CVD COATED 30° HELIX Cutting Tools

@ .015"- .093"

p | .
oc ponms S —
i 1

CVD COATED
4 FLUTE

0.0150 0.1250 0.0450 1.1720 1.5000 930-001-025
0.0310 0.1250 0.0930 1.1652 1.5000 930-001-027
0.0620 0.1250 0.1860 1.1519 1.5000 930-001-029

DC DCONms APmx LS L

@ .015"- .093"
| L
LAme—* = LS =
i | —T
DC DCONms
1 -
PG.493
i LONG SHANK, STUB @

CVD COATED
3 FLUTE

0.0150 0.1250 0.0225 2.1945 2.5000 930-003-563

DC DCONms APmx LS

0.0310 0.1250 0.0465 22117 2.5000 930-003-565
0.0620 0.1250 0.0930 2.2449 2.5000 930-003-567
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e
AT i SQUARE END, LONG REACH, Solid Milling

Cutting Tools CVD COATED

@ .015"-.093"

L (KEO)

CARBIDE

~ APmX =

=T DCONms
1

i«IY LONG REACH, STUB

CVD COATED

DC DCONms APmx LS L LF
3 FLUTE

@ .015"- .093"

L -
LF - LS -
Ame—‘
Dc_
1 o
=5 DOONMS e
I ¥ -
PG.493 -
5X FLUTE, 10X REACH ;
X

CVD COATED
DC DCONms APmx LS LF
4 FLUTE

0.0150 0.1250 0.0750 2.2890 2.5000 0.1560 930-001-164

0.0470 0.1250 0.2350 1.9810 2.5000 0.4800 930-001-166
0.0780 0.1250 0.3900 1.6765 2.5000 0.8000 930-001-168
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r—4

30° HELIX Cutting Tools

- e e
Solid Milling SQUARE END, STANDARD & STUB DR I

@ .0313"- .50"

CARBIDE

UNCOATED
2 FLUTE 4 FLUTE

0.0313 0.1250 0.0938 1.1651 1.5000 930-000-332 | 930-000-718
0.0625 0.1250 0.1875 1.1517 1.5000 930-000-334 | 930-000-720

DC DCONms APmx LS L

@ .0313"- .250"

b L o
= APmMIX = Ls =
1 ’- i
DC DCONms
f o
PG.493
e O

UNCOATED
2 FLUTE 4 FLUTE

0.0313 0.1250 0.0625 1.1963 1.5000 930-001-447 931-000-265
0.0625 0.1250 0.1250 1.2142 1.5000 930-001-449 931-000-267

DC DCONms APmx LS L

0.1250 0.1250 0.2500 0.8750 1.5000 930-001-451 931-000-269
0.1875 0.1875 0.3750 1.2500 2.0000 930-001-453 931-000-271
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DU SQUARE END, STANDARD
Cutting Tools &STUB

Solid Milling

@ .0313"- .50"

APmx -‘ I~ LS -

LR
e e ——

DC DCONms APmx LS L

0.0313 0.1250 0.0938 1.1651 1.5000 930-000-507 931-000-120 930-000-943 931-000-386 | 931-000-412
0.0625 0.1250 0.1875 1.1517 1.5000 930-000-509 931-000-126 930-000-945 931-000-390 | 931-000-416
0.0938 0.1250 0.2813 1.1384 1.5000 930-000-511 931-000-132 930-000-947 931-000-394 | 931-000-420

0.1250 0.1250 0.5000 0.6250 1.5000 930-000-512 | 931-000-136 | 930-000-048 | 931-000-398 | 931-000-424
0.1563 0.1875 0.5625 1.3571 2.0000 931-000-402 | 931-000-431

0.2500 0.2500 0.7500 1.3750 2.5000 931-000-406 | 931-000-438

0.5000 0.5000 1.0000 1.6250 3.0000 N/A N/A N/A 931-000-410 | 931-000-449

il

@ .0313"- .125"

N
o T ——
1

PG.493
% & &
DC DCONms APmx LS L

0.0313 0.1250 0.0625 1.1963 1.5000 930-001-559 931-000-273

0.0625 0.1250 0.1250 1.2142 1.5000 930-001-561 931-000-275

0.1250 0.1250 0.2500 0.8750 1.5000 930-001-563 931-000-277
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r—4

- wacll SQUARE END, DOUBLE END, STUB DARTCH
Solid Milling 30° HELIX Cutting Tools

@ .0313"- .375"

CARBIDE

T
DcoNms e — =

PG.493 g

UNCOATED
2 FLUTE

0.0313 0.1250 0.0625 0.7500 1.5000 0.0625 931-000-217
0.0625 0.1250 0.1250 1.5000 0.1250 931-000-219
0.0938 0.1250 0.1875 0.7500 1.5000 0.1875 931-000-221

DC DCONms APmx LS LF

0.3750 0.3125 0.5000 1.2500 2.5000 N/A 931-000-231
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ARTH SQUARE END, DOUBLE END, STUB

r—4

Cutting Tools 30° HELIX Solid Milling

@ .0313" - .375"

(KEO)

CARBIDE

L + . —— —
e BSD | om OSSN S

PG.493

UNCOATED
4 FLUTE

0.0313 0.1250 0.0625 0.7500 1.5000 0.0625 931-000-232
0.0625 0.1250 0.1250 0.7500 1.5000 0.1250 931-000-234
0.0938 0.1250 0.1875 0.7500 1.5000 0.1875 931-000-236

DC DCONms APmx LS LF

0.3750 0.3750 0.5000 1.2500 2.5000 N/A 931-000-246

www.archcuttingtools.com 75



SQUARE END, LONG FLUTE, DARTH
LONG REACH-STUB G MILLS 35° HELIX Cutting Tools

Solid Milling

= @ .0156"-.125"
@
e
<
o
L
Ls -
T
DCONms
1
PG.493
X G MILLS @

UNCOATED
3 FLUTE

0.0156 0.1250 0.0781 2.1405 2.5000 931-000-193 930-000-126 931-000-456

DC DCONms APmx LS

0.0469 0.1250 0.2500 2.0490 2.5000 931-000-200 930-000-129 931-000-474
0.0781 0.1250 0.5000 1.8794 2.5000 931-000-206 930-000-132 931-000-492

0.1250 0.1250 1.0000 1.6250 3.0000 931-000-214 930-000-134 931-000-510

@ .0313"-.0938"

~ APmX =] '— LS .

PG.493 g

UNCOATED
3 FLUTE

0.0313 0.1250 0.0625 2.2031 2.5000 0.2500 931-000-198 931-000-464

il

DC DCONms APmx LS LF

0.0313 0.1250 0.0625 1.9531 2.5000 0.5000 931-000-468
0.0625 0.1250 0.1250 1.7188 2.5000 0.7500 931-000-490
0.0938 0.1250 0.1875 1.7344 2.5000 0.7500 931-000-212 931-000-500

0.0938 0.1250 0.1875 1.2344 2.5000 1.2500 N/A 931-000-504
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ARTH SQUARE END, LONG FLUTE,

Cutting Tools LONG REACH-STUB G MILLS Solid Milling
@ .0156"- .250" =
KED E
<
(&)
' L
}.MH ] ; ]
L— i
DC DCONms
T .

PG.493
i& LONG FLUTE @

DC DCONms APmx LS L LF

PG.493 @ .1875"- .250" @

UNCOATED
4 FLUTE

DC DCONms APmx LS LF

0.1875 0.1875 1.1250 1.5000 3.0000 1.5000 931-000-520
0.2500 0.2500 1.5000 2.0000 4.0000 2.0000 931-000-526
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Solid Milling

CARBIDE

PG.493

X

SQUARE END, MULTI - FLUTE DARTH
QSR & QB MILLS STUB, REACHED 35° HELIX Cutting Tools

@ .0313"-.250"

|
F — e
= | bcoNms
1

MULTI - FLUTE @

UNCOATED

DC DCONms APmx LS L

5 FLUTE

0.0313 0.1250 0.0938 1.1651 1.5000 930-003-859

0.0625 0.1250 0.1875 14517 1.5000 930-003-861

0.0938 0.1250 0.3750 1.0446 1.5000 930-003-863
0.1875 0.1875 0.6250 1.0000 2.0000 930-003-865 931-000-384

PG.493

N

DC

@ .0313"- .250"

LF il LS -
APmx
. i
S e Re—
! ' :

STUB, REACHED @

UNCOATED

DCONms APmx LS LF
3 FLUTE

0.0313 0.2500 0.0625 2.2356 2.5000 0.1550 930-002-640 931-000-295
0.0625 0.2500 0.1250 2.0943 2.5000 0.3120 930-002-644 931-000-299

0.0938 0.2500 0.1875 1.9569 2.5000 0.4650 930-002-648 931-000-303
0.1250 0.2500 0.2500 1.8125 2.5000 0.6250 930-002-652 931-000-307
0.1875 0.2500 0.3750 1.5313 2.5000 0.9375 930-002-656 931-000-311

0.2500 0.2500 0.5000 1.2500 2.5000 1.2500 930-002-660 931-000-315
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DARTH SQUARE END, HIGH HELIX

Cutting Tools 45° / 60° HELIX Solid Milling

@ .0313"-.375"

f L '
Ame«‘ i Ls
' | . f
DC | DCONms
[ 1
PG.493
N 45 DEG. HELIX @

UNCOATED
2 FLUTE

DC DCONms APmx LS L

@ .1250"-.375"

b S— =
oc F X@; DCONmS e S e W W, s
L}

PG.493

iﬁ 60 DEG. HELIX @

DC DCONms APmx LS L UNCOATED
3 FLUTE

0.1250 0.1250 0.5000 0.6250 1.5000 931-000-011 931-000-016

0.2500 0.2500 0.7500 1.3750 2.5000 931-000-013 931-000-018

0.3750 0.3750 0.8750 1.2500 2.5000 931-000-015 931-000-020
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- e e
Solid Milling SQUARE END, STANDARD METRIC DT

30° HELIX Cutting Tools

@ .5 mm-12 mm

(KEO)

CARBIDE

' L
APmx—~ | LS
R U - -
DC DCONms =
i 1

PG.493

UNCOATED
2 FLUTE 4 FLUTE

DC DCONms APmx LS L

I T N T N T T
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ARTH SQUARE END G MILLS METRIC

r—4

Cutting Tools 35° HELIX Solid Milling

@ .4 mm -12 mm

A
J

=0 | ocotms

PG.493
V% STUB, 8X REACH LENGTH @

DC DCONms APmx LS L LF

oo | em | a0 | sm | wooo | smem | owooiws |

@ .4 mm-12 mm

-—Ame—‘ ‘

DC

T ||

=0 | o, RS

PG.493
iﬁ 5X FLUTE LENGTH, 10X REACH LENGTH @

DC DCONms APmx LS L LF

aw | sw | w0 | mo | w  wm | swomwos

12.00 12.00 60.00 65.00 150.00 85.00 930-000-079
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r—4

- - CORNER RADIUS, STANDARD DT i
SOI|d MI"Iﬂg 30° HELIX Cuttlng Tools

@ .020" - .100"

CARBIDE

PG.493 Ei
(F

UNCOATED
4 FLUTE

DC DCONms Re APmx LS
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ARTH CORNER RADIUS, STANDARD

Cutting Tools 30° HELIX Solid Milling

@ .020" - .100"

A
m
Q/

PG.493

UNCOATED
4 FLUTE

0.1000 0.1250 0.0150 0.3000 1.1357 1.5000 930-000-998 930-001-124 930-000-854

DC DCONms Re APmx LS
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r—4

- wacll CORNER RADIUS, STANDARD ARCH
Solid Milling 30° HELIX Cutting Tools

@ .125" - .375"

CARBIDE

]
5
i, M

PG.493

UNCOATED
DC DCONms Re APmx LS L

2 FLUTE 4 FLUTE
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ARTH CORNER RADIUS, STUB

Cutting Tools 30° HELIX Solid Milling

@ .020" - .093"

-~ DCONms

PG.493

UNCOATED
4 FLUTE

0.0200 0.1250 0.0050 0.0300 1.1999 1.5000 930-001-802 930-001-788 930-001-743
0.0310 0.1250 0.0050 0.0465 1.2117 1.5000 930-001-804 930-001-790 930-001-745
0.0470 0.1250 0.0100 0.0705 1.2289 1.5000 930-001-795 930-001-781 930-001-736

DC DCONms Re APmx LS
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HARD MILL, STUB A=+

r—4

18° LOW HELIX Cutting Tools

Solid Milling

@ .015" - .093"

(KEO)

CARBIDE

PG.493
i& HARD MILL @

HARD MILL COATED
DC DCONms Re APmx LS L
4 FLUTE

0.0470 0.1250 0.0050 0.0705 1.2289 1.5000 930-001-811
0.0780 0.1250 0.0080 0.1170 1.2621 1.5000 930-001-813

@ .0313" - .25"

APmMX —=
Re
P
NS
?
i«IY HARD MILL, STUB @

|
‘ i DCONms
|

HARD MILL COATED
DC DCONms Re APmx LS L
4 FLUTE

0.0625 0.1250 0.0060 0.1250 1.2142 1.5000 931-000-280
0.0938 0.1250 0.0090 0.1875 1.2321 1.5000 931-000-282
0.1875 0.1875 0.0190 0.3750 1.2500 2.0000 931-000-284
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DARTH BALL END, STANDARD

Cutting Tools 30° HELIX Solid Milling

@ .005" - .044"

A
m
Q/

UNCOATED
2 FLUTE 4 FLUTE

0.0440 0.1250 0.0220 0.1320 1.1596 1.5000 930-002-013 930-002-382 930-002-288

DC DCONms Re APmx LS L
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) . AT IH
Solid Milling BALL END, STANDARD Cutting Tools

@ .005"-.044"

CARBIDE

DC DCONms Re APmx LS L

0.0440 0.1250 0.0220 0.1320 1.1596 1.5000 930-002-200 | 930-002-557 930-002-125 | 930-002-489
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I e
ARTH BALL END, STANDARD Solid Milling

Cutting Tools

@ .045" - .1772"

A
m
Q/

UNCOATED
2 FLUTE 4 FLUTE

DC DCONms Re APmx LS L
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o w aeme gy
Solid Milling BALL END, STANDARD ARTH
Cutting Tools

'é‘ @ .045" - 1772"
@
o
<
o
L -
Re— b-Ame—i i" LS "
s [ o e
1

PG.493

DC DCONms Re APmx LS L

0.1772 0.1875 0.0886 0.5316 1.4419 2.0000 930-002-248 930-002-605 N/A N/A
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[ /— L
ARCTH BALL END, STUB, 30° HELIX Solid Milling

Cutting Tools
w
@ .005" - .040" =]
KEOD E
g
(&)
L
Re ~ APmX = - LS- -
Kl T
DCONms e
o !

PG.493

UNCOATED
2 FLUTE 4 FLUTE

0.0400 0.1250 0.0200 0.0600 1.2214 1.5000 930-001-208 | 930-001-845 930-001-372

DC DCONms Re APmx LS
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- T
Solid Milling BALL END, STUB %‘.‘L"‘
utting Tools

A @ .005"- .040"
o
o
<
o
L. -

PG.493

DC DCONms Re APmx LS L
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[ o e T
ARCTH BALL END, STUB Solid Milling

Cutting Tools

@ .045" - .1378"

KEO

CARBIDE

- L -
Re..  APMX= - LS -
| S T
=17 | ocowm =
8 )
DC
PG.493 ~
i ®@ &

UNCOATED
2FLUTE 4FLUTE

0.1378 0.1875 0.0689 0.2067 1.6655 2.0000 930-001-245 | 930-001-882 N/A

DC DCONms Re APmx LS
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- 7 A
Solid Milling BALL END, STUB %‘.‘L"‘
utting Tools

@ .045" - 100"

CARBIDE

- L -
Re -vAme—‘ - LS -
L&k coNms e ———
-
L-pC

DC DCONms Re APmx LS L

0.0450 0.1250 0.0225 0.0675 1.2267 1.5000 930-001-283 930-001-915
0.0500 0.1250 0.0250 0.0750 1.2321 1.5000 930-001-285 930-001-917

0.1000 0.1250 0.0500 0.1500 1.2857 1.5000 930-001-295 930-001-928
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ARTH BALL END, LONG SHANK,

Cutting Tools STUB 30° HELIX Solid Milling

KEO

@ .010" - .250"

CARBIDE

PG.493

UNCOATED
DC DCONms Re APmx LS

3 FLUTE

0.2500 0.2500 0.1250 0.3750 3.2500 4.0000 930-003-188 931-000-379 931-000-363
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BALL END, LONG SHANK, DA=RTH

r—4

Solid Milling LONG REACH, STUB 30° HELIX Cutting Tools

Ig @ .010"-.035"
0
4
g
o
L -
- —LS- -
!
DCONms |
PG.493 . g

UNCOATED
DC DCONms Re APmx LS L

3 FLUTE

0.0350 0.1250 0.0175 0.0525 1.9300 2.5000 0.5250 930-003-483 930-003-360 930-003-235
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ARTH BALL END, LONG SHANK,

Cutting Tools LONG REACH, STUB Solid Milling

@ .040"- .075" B
KEO E
g
(&)
L -
iE .
Re DN ”m.i . [ :'5 'J|
-~ — oo
—oC

PG.493

UNCOATED
3 FLUTE

0.0750 0.1250 0.0375 0.1125 1.8500 2.5000 0.6250 930-003-552 930-003-429 930-003-297

DC DCONms Re APmx LS L LF
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r—4

T BALL END, LONG SHANK, AT
Solid Milling LONG REACH, STUB Cutting Tools

@ .078"-.250"

CARBIDE

PG.493

UNCOATED
3 FLUTE

0.2500 0.2500 0.1250 0.3750 2.2500 6.0000 3.7500 930-003-493 930-003-370 931-000-369

DC DCONms Re APmx LS L LF
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ARTH BALL END, LONG REACH

r—4

Cutting Tools 30° HELIX Solid Milling

@ .005"-.100"

KE

CARBIDE

,_
i

DCC;Nm

gﬁ
— 1

PG.493

UNCOATED
2 FLUTE 4 FLUTE

N T T T T

DC DCONms Re APmx LS LF
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r—4

TR BALL END, LONG FLUTE, LONG REACH DARCTH
Solid Milling 30° HELIX Cutting Tools

@ .010"-.250"

CARBIDE

L -
b s |
J e e —
DCONms
'

PG.493

UNCOATED
3 FLUTE

0.2500 0.2500 0.1250 1.5000 2.0000 4.0000 2.0000 930-002-922 931-000-343 931-000-339

DC DCONms Re APmx LS L LF
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ARTH BALL END, EXTRA LONG FLUTE

Cutting Tools 30° HELIX Solid Milling

@ .031"- .125"

(KEO)

CARBIDE

le L |
Re i—vAme'- = LS -~
I
' = DCONms N ——
i 1
ble
PG.493
iﬁ 12X FLUTE LENGTH @

UNCOATED
3 FLUTE

0.0310 0.1250 0.0155 0.3750 1.8832 2.5000 930-002-923 930-002-887 930-002-854

DC DCONms Re APmx LS

0.0620 0.1250 0.0310 0.7500 1.5879 2.5000 930-002-925 930-002-889 930-002-856
0.0930 0.1250 0.0465 1.1250 1.2927 2.5000 930-002-927 930-002-891 930-002-858

@ .062"- .125"

le L |
Re i—vAme'- = LS -~
=~~~ DCONmS e ——
i 1
Dc
PG.493
i& 15X FLUTE LENGTH @

UNCOATED
3 FLUTE

0.0620 0.1250 0.0310 0.9500 1.3879 2.5000 930-002-929 930-002-893 930-002-859

DC DCONms Re APmx LS

0.0930 0.1250 0.0465 1.4000 1.5177 3.0000 930-002-931 930-002-895 930-002-861
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r—4

CVD COATED 30° HELIX Cutting Tools

A i
Solid Milling BALL END, STANDARD & STUB, AT

@ .015"-.093"

CARBIDE

Re— = APmx = - LS -
DCONms
E S 1
bC
PG.493 :
iﬁ STANDARD @

CVD COATED
4 FLUTE

0.0150 0.1250 0.0075 0.0450 1.1720 1.5000 930-002-606

DC DCONms Re APmx LS L

0.0310 0.1250 0.0155 0.0930 1.1652 1.5000 930-002-608
0.0620 0.1250 0.0310 0.1860 1.1519 1.5000 930-002-610

@ .015"-.093"

Re— = APmx = - LS -
' T
DCONms
o 1
oC
PG.493
i& LONG SHANK, STUB @

CVD COATED
3 FLUTE

0.0150 0.1250 0.0075 0.0225 2.1945 2.5000 930-003-305

DC DCONms Re APmx LS L

0.0310 0.1250 0.0155 0.0465 22117 2.5000 930-003-307
0.0620 0.1250 0.0310 0.0930 2.2449 2.5000 930-003-309
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L BALL END . -
ARTH ' Solid Milling

Cutting Tools LONG REACH, CVD COATED

@ .015"-.093"

Re *Mrmc-—l ‘ il ks |
P : - ——
-~~~ oconms |
L m
PG.493
i& LONG REACH, STUB @

CVD COATED
DC DCONms Re APmx LS L LF
3 FLUTE

@ .015"-.093"

-~ F——
™|k —
L m
PG.493 .
WX 5X FLUTE, 10X REACH @

CVD COATED
DC DCONms Re APmx LS L LF
4 FLUTE

0.0150 0.1250 0.0075 0.0750 2.2890 2.5000 0.1560 930-001-155

0.0470 0.1250 0.0235 0.2350 1.9810 2.5000 0.4800 930-001-157
0.0780 0.1250 0.0390 0.3900 1.6765 2.5000 0.8000 930-001-159
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r—4

. T Q MILLS, STANDARD & STUB D<UT i
Solid Milling 35° HELIX Cutting Tools

@ .0313"-.25"

CARBIDE

!

UNCOATED
3 FLUTE

0.0313 0.2500 0.0938 1.8436 2.5000 930-002-667 931-000-322

DC DCONms APmx LS L

0.2500 0.2500 0.7500 1.3750 2.5000 930-002-677 931-000-332

@ .0313"-.25"

|_ -
APMX—= '— 3 -
R i
Dc g e —
i 1
PG.493
i ¥ STUB @

UNCOATED
3 FLUTE

0.0313 0.2500 0.0625 1.8748 2.5000 930-002-639 931-000-294
0.0625 0.2500 0.1250 1.8927 2.5000 930-002-643 931-000-298

DC DCONms APmx LS

0.0938 0.2500 0.1875 1.9106 2.5000 930-002-647 931-000-302
0.1250 0.2500 0.2500 1.9285 2.5000 930-002-651 931-000-306
0.1875 0.2500 0.3750 1.9642 2.5000 930-002-655 931-000-310

0.2500 0.2500 0.5000 1.6250 2.5000 930-002-659 931-000-314
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AT QSR & QB MILLS

Cutting Tools 35° HELIX Solid Milling

@ .0313"-.25"

L -
APMX —= '— Ls =1
K. i
S ccotn:  R———
f £
PG.493
i& STUB, REACHED @

UNCOATED
DC DCONms APmx LS L LF

3 FLUTE

0.2500 0.2500 0.5000 1.2500 2.5000 1.2500 930-002-660 931-000-315

@ .0313"-.25"

- ~ APmX = - LS -
N :
‘@Q\ DCONmS
. & : .
| S— [x
PG.493
i& BALL, STANDARD

UNCOATED

DC DCONms Re APmx LS
3 FLUTE

0.0313 0.2500 0.0156 0.0938 1.8436 2.5000 930-002-661 931-000-316

0.0938 0.2500 0.0469 0.3750 1.7231 2.5000 930-002-663 931-000-318
0.1875 0.2500 0.0938 0.6250 1.7142 2.5000 930-002-665 931-000-320
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r—4

30° HELIX Cutting Tools

- e e
Solid Milling BALL END, STANDARD & STUB DT

@ .0313"-.050"

(KEO)

CARBIDE

PG.493 " bc

UNCOATED
2 FLUTE 4 FLUTE

DC DCONms Re APmx LS L

@ .0313"-.25"

Re = APmx = - LS -
j'_‘im\ DCONms
1
PG.493 bC
? X

UNCOATED
2 FLUTE 4 FLUTE

0.0313 0.1250 0.0156 0.0625 1.1963 1.5000 930-001-226 | 930-001-863
0.0625 0.1250 0.0313 0.1250 1.2142 1.5000 930-001-228 | 930-001-865

DC DCONms Re APmx LS L

0.1250 0.1250 0.0625 0.2500 0.8750 1.5000 930-001-230 930-001-867 931-000-262
0.1875 0.1875 0.0938 0.3750 1.2500 2.0000 930-001-232 930-001-869 931-000-263
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It S e
ARTH BALL END, STANDARD & STUB Solid Milling

Cutting Tools
KEO

@ .0313"-.050"

CARBIDE

DC DCONms Re APmx LS L

0.5000 0.5000 0.2500 1.0000 1.6250 3.0000 N/A N/A N/A 931-000-411 931-000-450

@ .0313"-.25"

2 - APMX L Ls -
1 T
DCONms
DC
PG.493
e ® &

DC DCONms Re APmx LS L

0.0313 0.1250 0.0156 0.0625 1.1963 1.5000 930-001-332 | 930-001-960

0.0625 0.1250 0.0313 0.1250 1.2142 1.5000 930-001-334 | 930-001-962
0.1250 0.1250 0.0625 0.2500 0.8750 1.5000 930-001-336 | 930-001-964 | 931-000-259 | 931-000-286

0.2500 0.2500 0.1250 0.5000 1.1250 2.0000 N/A N/A 931-000-261 931-000-288
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CARBIDE

Solid Milling

BALL END, LONG FLUTE

30°/ 35° HELIX

@ .0156"-.250"

PG.493

N

DC DCONms Re

APmx

LS

G MILLS

UNCOATED
3 FLUTE

ARCTH
Cutting Tools

0.0156 0.1250 0.0078 0.0780 2.1407 2.5000 931-000-194 930-000-125 931-000-457
0.0469 0.1250 0.0234 0.2500 2.0490 2.5000 931-000-201 930-000-128 931-000-475
0.0781 0.1250 0.0391 0.5000 2.5000 931-000-207 931-000-208 931-000-493

0.1250 0.1250 0.0625

1.0000

1.6250

3.0000

931-000-215

931-000-511

Re

DC DCONms

0.1875 0.1875 0.0938 1.1250 1.5000 3.0000 931-000-517
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@ .1875"-.250"

Re

APmx

L




o =dwl 1 BALL END, LONG REACH G MILLS
Cutting Tools 35° HELIX

Solid Milling

@ .0313"-.0938"

(KEO)

CARBIDE

1 L b |
LF——=
. Ame-‘ i_ -
- ocowns -
- :
PG.493
WX STUB, LONG REACH @

UNCOATED
3 FLUTE

0.0313 0.1250 0.0156 0.0625 2.2031 2.5000 0.2500 931-000-199 931-000-465
0.0313 0.1250 0.0156 0.0625 1.9531 2.5000 0.5000 931-000-469

DC DCONms Re APmx LS L LF

0.0625 0.1250 0.0313 0.1250 1.7188 2.5000 0.7500 931-000-491
0.0938 0.1250 0.0469 0.1875 1.7344 2.5000 0.7500 931-000-213 931-000-501

0.0938 0.1250 0.0469 0.1875 1.2344 2.5000 1.2500 N/A 931-000-505
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r—4

. r1s BALL END, LONG REACH G MILLS A <TH
Solid Milling 35° HELIX Cutting Tools

@ .0156"-.250"

CARBIDE

- s -
ocaurs e EEm—
T;
PG.493
WX LONG FLUTE, LONG REACH @

DC DCONms Re APmx LS L LF

0.0156 0.1250 0.0078 0.0781 2.2953 2.5000 0.1500 931-000-461
0.0313 0.1250 0.0156 0.1563 2.2031 2.5000 0.2500 931-000-471
0.0469 0.1250 0.0234 0.2500 2.0859 2.5000 0.3750 931-000-479

@ .0156"-.250"

PG.493

DC DCONms APmx 4 FLUTE

0.1875 0.1875 0.0938 1.1250 1.5000 3.0000 1.5000 931-000-521
0.2500 0.2500 0.1250 1.5000 2.0000 4.0000 2.0000 931-000-527
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ARTH BALL END, STANDARD METRIC

r—4

Cutting Tools 30° HELIX Solid Milling

@ .5 mm-12 mm

N " i
Re- rAme -‘ LS
! T
=y bcoNms BESS e ——————
1 1
bC
PG.493 -
Al ®@ &

UNCOATED
2 FLUTE 4 FLUTE

I T R B I R T B

DC DCONms Re APmx LS L

I T O T N T B
I T T T N T e
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r—4

.t o mens BALL END G MILLS METRIC DT
Solid Milling 35° HELIX Cutting Tools

'g @ .4 mm-12 mm
m
-4
-8
(&) AL iy
- _LS.. -
[ BcoNms e
PG.493 " e | ! []
i& STUB, 8X REACH LENGTH @

DC DCONms Re APmx LS L LF

oo | om w0 | wm | em | sooons |
oo | om s o | oo | wm | mm | ooz |

@ .4 mm-12 mm

- — LF -
. = APmx = L s "
-~ ocons | e ——
PG.493 L
i& 5X FLUTE LENGTH, 10X REACH LENGTH @

DC DCONms Re APmx LS L LF

12.00 12.00 6.00 60.00 65.00 150.00 85 mm 930-000-094
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ARCTH < 1 MGl
Cotting Tools BALL TAPERED RIB CUTTERS Solid Milling

@ .020"-.060"

A
m
Q)

Re ~ APmX = |-- Ls -
1 T
e . = e S—
PG.493 -~ bC :
i& LONG FLUTE @

UNCOATED
4 FLUTE

0.0200 0.1875 0.0100 0.1400 2.4291 3.0000 930-000-151 930-000-161
0.0400 0.1875 0.0200 0.2800 2.3406 3.0000 930-000-153 930-000-163
0.0600 0.1875 0.0300 0.4200 2.2520 3.0000 930-000-155 930-000-165
0.0300 0.1875 0.0150 0.2100 2.3936 3.0000 930-000-204 930-000-224
0.0500 0.1875 0.0250 0.3500 23109 3.0000 930-000-206 930-000-226
0.0200 0.1875 0.0100 0.1400 2.4408 3.0000 930-000-213 930-000-233
0.0400 0.1875 0.0200 0.2800 2.3639 3.0000 930-000-215 930-000-235

0.0600 0.1875 0.0300 0.4200 2.2871 3.0000 2.0 930-000-217 930-000-237

DC DCONms Re APmx LS L

@ .020"-.060"

- ‘- APmX = Il-- LS -
' T
! DCONms
i 1
PG.493 oe
i& EXTRA LONG FLUTE @

UNCOATED
4 FLUTE

0.0200 0.1875 0.0100 0.2800 2.2891 3.0000 930-000-156 930-000-166
0.0400 0.1875 0.0200 0.5600 2.0606 3.0000 930-000-158 930-000-168
0.0600 0.1875 0.0300 0.8400 1.8320 3.0000 930-000-160 930-000-170

DC DCONms Re APmx LS L

0.0600 0.1875 0.0300 0.8400 1.9048 3.0000 2.0 930-000-222 930-000-242
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CORNER RADIUS TAPERED DARTH

r—4

RIB CUTTERS Cutting Tools

Solid Milling

A @ .030"-.060"
o
o
q
) ;
s -
.DC(-):NITIS
PG.493
i‘” LONG FLUTE @

UNCOATED
4 FLUTE

DC DCONms Re APmx LS L

@ .030"-.060"

- LF- -]
APmax = - - s .
e |
oo 5] & ocotns
PG.493
i& EXTRA LONG FLUTE @

UNCOATED
DC DCONms Re APmx LS L A
4 FLUTE

0.0300 0.1875 0.0100 0.4100 2.1849 3.0000 930-000-139 930-000-147
0.0500 0.1875 0.0100 0.7000 1.9463 3.0000 930-000-141 930-000-149
0.0300 0.1875 0.0100 0.4100 2.2028 3.0000 930-000-175 930-000-191

0.0500 0.1875 0.0100 0.7000 1.9773 3.0000 930-000-177 930-000-193
0.0300 0.1875 0.0100 0.4100 2.2208 3.0000 930-000-183 930-000-199
0.0500 0.1875 0.0100 0.7000 2.0083 3.0000 930-000-185 930-000-201
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ARTH SINGLE END, SQUARE END, STANDARD

Cutting Tools 35° / 40° HELIX Solid Milling

KEO

@.005"-.1378"

I
-

- APMX - -‘

1 ! 1
DC I DCONms
T f

b= &

UNCOATED
2 FLUTE

DC DCONms APmx LS L LF
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r—4

35°/ 40° HELIX Cutting Tools

[ =
Solid Milling SINGLE END, SQUARE END, STUB, A.=<T I

@ .005"- .1378"

PG.493

UNCOATED
2 FLUTE

DC DCONms APmx LS L LF
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= = SINGLE END, SQUARE END, STANDARD c on1s
ARTiH Q Solid Milling

r—4

Cutting Tools 35°/ 40° HELIX

@ .0156"- .1875"

(KEO)

UNCOATED
2 FLUTE 4 FLUTE

0.0156 0.1250 0.0468 1.2582 1.5000 0.0493 934-000-153 934-000-172
0.0469 0.1875 0.1406 1.1408 1.5000 0.1456 934-000-131 | 934-000-174 | 934-000-167 | 934-000-185

DC DCONms APmx LS L LF
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r—4

35°/ 40° HELIX Cutting Tools

e = =
Solid Milling DOUBLE END, SQUARE END, STANDARD DT

@ .0313"-.1875"

PG.493

UNCOATED
2 FLUTE

0.1875 0.1875 0.5000 1.2500 2.5000 934-000-011

DC DCONms APmx LS L

COBALT

@ .0313"-.1875"

UNCOATED
4 FLUTE

DC DCONms APmx LS L

0.1875 0.1875 0.5000 1.1250 2.2500 934-000-065
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DARTH DOUBLE END, SQUARE END, STUB

Cutting Tools 35° 7 40° HELIX Solid Milling

@ .0313"-.1875"

UNCOATED
2 FLUTE

0.1875 0.1875 0.2813 1.0000 2.0000 934-000-033

DC DCONms APmx LS L

-
wd
g
m
o
o

@ .0313"- .1875"

APmy =

i T

PG.493 @
I

UNCOATED
4 FLUTE

0.0313 0.1875 0.0469 1.0000 2.0000 934-000-077
0.0625 0.1875 0.0938 1.0000 2.0000 934-000-079

DC DCONms APmx LS L

0.0938 0.1875 0.1406 1.0000 2.0000 934-000-081
0.1250 0.1875 0.1875 1.0000 2.0000 934-000-083
0.1563 0.1875 0.2344 1.0000 2.0000 934-000-085

0.1875 0.1875 0.2813 1.0000 2.0000 934-000-087
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DOUBLE END, SQUARE END, LONG FLUTE DT i

SOIld Ml"lng 35° / 40° HELIX Cutting Tools

@ .0625"-.1875"

PG.493

UNCOATED
2 FLUTE

0.0625 0.1875 0.2188 1.2500 2.5000 934-000-045
0.1250 0.1875 0.7500 1.5625 3.1250 934-000-047

0.1875 0.1875 1.0000 1.6875 3.3750 934-000-049

DC DCONms APmx LS L

@ .0625"-.1875"

PG.493 -
f gli

UNCOATED
4 FLUTE

DC DCONms APmx LS

0.0625 0.1875 0.2188 1.2500 2.5000 934-000-099
0.1250 0.1875 0.7500 1.5625 3.1250 934-000-101

0.1875 0.1875 1.0000 1.6875 3.3750 934-000-103
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AATIH

Cutting Tools

SINGLE END, BALL END, STANDARD
35° / 40° HELIX

Solid Milling

PG.493

X

DC

DCONms

@ .005"- .1378"

Re APmx LS L LF

UNCOATED
2 FLUTE
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r—4

35° / 40° HELIX Cutting Tools

B
Solid Milling SINGLE END, BALL END, STANDARD DT i

@ .0313"-.1875"

L
~ APmX —‘ - LS -
Re |
K I
! DCONms

f 1

—DC
PG.493
i& 1.50 Length @

UNCOATED
2 FLUTE

0.0313 0.1875 0.0156 0.0938 14771 1.5000 0.0988 934-000-279 934-000-315
0.0625 0.1875 0.0313 0.1875 1.1052 1.5000 0.1925 934-000-281 934-000-317

DC DCONms Re APmx LS L LF

0.0938 0.1875 0.0469 0.2188 1.0997 1.5000 0.2238 934-000-283 934-000-319
0.1250 0.1875 0.0625 0.7500 0.6001 1.5000 0.7550 934-000-285 934-000-320
0.1563 0.1875 0.0781 0.4375 0.9554 1.5000 0.4425 934-000-287

0.1875 0.1875 0.0938 0.5000 0.6250 1.5000 N/A 934-000-289 N/A
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DARTH SINGLE END, BALL END, STUB,

cutting TOOIS 350 I 400 HELIX SOIId MI"Iﬂg

@ .005"- .1378"

UNCOATED
2 FLUTE

DC DCONms Re APmx LS L LF
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- e e
Solid Milling DOUBLE END, BALL END, STANDARD DT

35°/ 40° HELIX Cutting Tools

@ .0313"-.1875"

PG.493

UNCOATED
2 FLUTE

0.1875* 0.1875 0.0938 0.5000 1.1250 2.2500 934-000-022

DC DCONms Re APmx LS L

COBALT

3/16": +000/.0025

@ .0313"-.1875"

PG.493 -
f %fi

UNCOATED
4 FLUTE

0.0313 0.1875 0.0156 0.0938 1.1250 2.2500 934-000-066
0.0625 0.1875 0.0313 0.1875 1.1250 2.2500 934-000-068

DC DCONms Re APmx LS L

0.0938 0.1875 0.0469 0.2188 1.1250 2.2500 934-000-070
0.1250 0.1875 0.0625 0.3750 1.1250 2.2500 934-000-072
0.1563 0.1875 0.0781 0.4375 1.1250 2.2500 934-000-074

0.1875* 0.1875 0.0938 0.5000 1.1250 2.2500 934-000-076

3/16”: +000/.0025
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DARTH DOUBLE END, BALL END, STUB

CUtting Tools 35° / 400 HELIX SOIId MI"Iﬂg

@ .0313"-.1875"

KE
.

1 T
T
i g 1 — ~
PG.493

i‘” 2.000 Length @

UNCOATED
2 FLUTE

0.1875* 0.1875 0.0938 0.2813 1.0000 2.0000 934-000-044
3/16”: +000/.0025

DC DCONms Re APmx LS L

-
wd
.
m
o
o

@ .0313"- .1875"

-
e e e e

UNCOATED
4 FLUTE

0.0313 0.1875 0.0156 0.0469 1.0000 2.0000 934-000-088
0.0625 0.1875 0.0313 0.0938 1.0000 2.0000 934-000-090

DC DCONms Re APmx LS

0.0938 0.1875 0.0469 0.1406 1.0000 2.0000 934-000-092
0.1250 0.1875 0.0625 0.1875 1.0000 2.0000 934-000-094
0.1563 0.1875 0.0781 0.2344 1.0000 2.0000 934-000-096

0.1875* 0.1875 0.0938 0.2813 1.0000 2.0000 934-000-098

3/16”: +000/.0025
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35°/ 40° HELIX Cutting Tools

- e e
Solid Milling DOUBLE END, BALL END, LONG FLUTE DT

@ .0625"-.1875"

1
Re |- = APmx

UNCOATED
2 FLUTE

0.0625 0.1875 0.0313 0.2188 1.2500 2.5000 934-000-050
0.1250 0.1875 0.0625 0.7500 1.5625 3.1250 934-000-052

0.1875 0.1875 0.0938 1.0000 1.6875 3.3750 934-000-054

DC DCONms Re APmx LS

COBALT

@ .0625"-.1875"

T
-~ ocons TS SSSS————0un
: —
DC

PG.493 -
i / gli

UNCOATED
4 FLUTE

DC DCONms Re APmx LS L

0.0625 0.1875 0.0313 0.2188 1.2500 2.5000 934-000-104
0.1250 0.1875 0.0625 0.7500 1.5625 3.1250 934-000-106

0.1875 0.1875 0.0938 1.0000 1.6875 3.3750 934-000-108
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-o

(=5
AT iH PCD TIPPED END MILLS Solid Milling

Cutting Tools

@.0938"- 0.75"

B (KEO)

APmx = - - Ls -

DC DCONms
PG.493 1 ) o
A VN,

PCD BRAZED
1 FLUTE 2 FLUTE

DC DCONms APmx LS L

@ .0938"-5"

—- L |
APMX == ]
Re = Ls | CORNER RADIUS
i  E— i
oc powe R ———
PG.493 L T
i O @

PCD BRAZED
DC DCONms Re APmx LS L
1 FLUTE 2 FLUTE

0.0938 0.1250 0.0100 0.1875 1.1250 1.5000 935-000-009
0.1875 0.1875 0.0150 0.2500 1.3750 2.0000 935-000-011
0.3750 0.3750 0.0300 0.2500 1.5625 2.5000 935-000-013

@ .0938"-.5"

BALL END

PCD BRAZED

DC DCONms Re APmx LS L
1 FLUTE 2 FLUTE

0.0938 0.1250 0.0469 0.1875 1.1250 15000 935-000-015
0.1875 0.1875 0.0938 0.2500 1.3750 2.0000 935-000-017
0.3750 0.3750 0.1875 0.4375 1.5625 2.5000 935-000-019
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