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MILLING Range overview - REKPLUS

REKPLUS

Application

# - Shoulder milling
- Long overhang milling
- Profiling and Pocketing
- Linear and helical ramping

o - Fresatura di spallamento
- Fresatura con lunghe sporgenze
- Profilatura ed esecuzione di tasche
- Lavorazioni in rampa lineare ed elicoidale

¢, SORMA

DIAMOND & CUTTING TOOLS

Positive shoulder milling system

e . Eckfraser

- Frasen mit langen Uberstanden
- Profilierung und Taschenbildung
- Lineare und spiralférmige Rampenbearbeitung

o - Surfacage Dressage
- Usinage avec longs porte a faux
- Rainurage et usinage de poches
- Usinages en ramping et interpolation hélicoidale

Application range - ISO 513
EmANA

Features and benefits

# - Inserts with helical geometry produce high precision 90°
souldering.
- The straight geometries are suitable for roughing without special
finishing needs and ensure excellent competitiveness.
- Wide range of coolant through milling holders: shell mill type,
cylindircal shank (weldon also available) type up to 10xD length,
screw-on type with 10xD carbide and steel extension arbors

o - Inserti con geometria elicoidale possono produrre spallamenti
retti di elevata precisione.
- Le geometrie dritte sono consigliate per sgrossatura senza
particolari requisiti di finitura e assicurano un costo/tagliente
competitivo.
- Vasta gamma di corpi fresa con refrigerazione interna: a
manicotto, stelo cilindrico (anche Weldon disponibile) con
lunghezze fino a 10xD e testine filettate con prolunghe in metallo
duro e acciaio fino a 10xD

= . Wendeschneidplatten mit spiralfdrmiger Geometrie ermdglichen die
Herstellung hochpréziser gerader Eckfrdsungen.
- Die geraden Geometrien werden fiir die Schruppbearbeitung ohne
besondere Anforderungen an die Feinbearbeitung empfohlen und
gewdahrleisten eine hervorragende Produktivitét.
- Umfangreiches Sortiment an Fraskorpern mit zylindrischer
Aufnahme (einschlieBlich Weldon-Typ), Standardldngen und 10xD,
mit Schraubaufnahme und 10xD- Erweiterungen, alle mit innerer
Kihimittelzufiihrung.i

o - Des plaquettes a géométrie hélicoidale pour un usinage de haute
précision a 90°
- Les géométries droites sont recommandées pour |'ébauche
sans exigences particulieres de finition et assurent une excellente
compétitivité.
- Gamme extrémement complete de corps de fraises avec type de
montage mandrin, queue cylindrique (y compris de type Weldon),
jusqu’a 10xD, avec embout vissé et rallonges 10xD, tous dotés de
refroidissement interne.
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MILLING Range overview - REKPLUS

REKPLUS

Milling holders

# « Arbor type
- Cylindrical shank type (up to 10xD)
- Screw-on type
- Extension arbors (steel/carbide 10xD)
« From D16 to D100

o .« Attacco a manicotto
- Attacco cilindrico (fino a 10xD)
- Attacco filettato
- Porlunghe (acciaio/metallo duro 10xD)
-DaD16aD100

¢, SORMA

DIAMOND & CUTTING TOOLS

Positive shoulder milling system

= . Hiilsenaufnahme
- Aufnahme zylindrisch (bis 10xD)
- Gewindeaufnahme
- Erweiterungshiilsen (Stahl/Hartmetall 10xD)
- D16 bis D100

o -+ type mandrin
- queue cylindrique (jusqu'a 10xD)
- embout vissé
- Rallonges (acier/carbure 10xD)
-DeD16a D100

C ® '®

Extension arbors Coarse pitch

Fine pitch

Inserts

# « 2 cutting edges
- Edge length 11 and 16
- Gradi di metallo duro nudo e rivestito CVD e PVD
- Geometries: HSC, HGP, GP, TE, AL

o« 2 taglienti
- Lunghezza del tagliente 11 e 16
- CVD and PVD coated and uncoated carbide grades
- Geometrie: HSC, HGP, GP, TE, AL

HSC@AMEBA HGP @M 4
& @
SIZE SIZE V

1116 1116

» . 2 Schneidkanten
- Lange der Schneidkante 11 und 16
- CVD- und PVD-beschichtete Hartmetallqualitaten
- Geometrien: HSC, HGP, GP, TE, AL

o« 2 arétes de coupe
- Taille de plaquettes 11 et 16
- Nuances carbure revétues CVD et PVD
- Géométries : HSC, HGP, GP, TE, AL

K E X

0.4 0.8 1.2 1.6
# Helical geometries are available with a wide range of radii
« Geometrie elicoidali disponibili in un’ampia gamma di raggi.
o Spiralformige Geometrien in einer Vielzahl von Radien erhéltlich.
« Géométries hélicoidales disponibles dans une large gamme de rayons.
GPEAMIA TERIY ALIO
SIZE SIZE
1116 1116 1116
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MILLING Holders - REKPLUS

&

SORMA

DIAMOND & CUTTING TOOLS

NT-RKP

RekPlus

e Positive type precision shoulder milling
system, with coolant through

o Tolerance of tool diameter (with Nikko inserts
installed) 0/-0.2

© 10xD cylindrical body and screw-in type for
applications that need long-overhang

 Reliable machining process guaranteed by
high quality Swiss screws

Screw-in
Cylindrical
DC DCON
- ~’KAPR r
N
LF
Arbor DCSFMS
‘ DCON

LF

o]

N2

ICNJSEH#I-' MEDIUM [ ROUGHING [l SIDE MILLING I SLOTTING FACING POCKETING 8 RAMPING
Designation ¢ | GcT | DN LF W | DCSPMS | CRKS  WT MDD Stock

SCREW-IN

NT-RKP11 DO16-M08-202 16 2 85 25 - M8 003 | NT-RKP11 °
NT-RKP11 D020-M10-Z03 20 3 105 38 - M10 007 | NT-RKP11 °
NT-RKP11 D025-M12-203 25 3 12.5 38 - M12 012 | NTRKPI1 °
NT-RKP11 D025-M12-204 25 4 125 38 - M12 011 | NT-RKP11 °
NT-RKP11 D032-M16-204 32 4 17 43 - M16 023 | NT-RKPI1 °
NT-RKP11 D032-M16-205 32 5 17 43 - M16 022 | NT-RKPI1 °
NT-RKP16 D025-M12-202 25 2 125 38 - M12 011 | NT-RKP16 °
NT-RKP16 D032-M16-203 32 3 17 43 - M16 019 | NT-RKP16 °
NT-RKP16 D040-M16-204 40 4 17 43 - M16 024 | NT-RKP16 °
CYLINDRICAL SHANK

NT-RKP11 D016-516-202 16 2 16 100 25 013 | NT-RKPI1 °
NT-RKP11 D020-516-203 20 3 16 110 30 015 | NT-RKP11 °
NT-RKP11 D020-520-203 20 3 20 110 30 023 | NT-RKPI1 °
NT-RKP11 D025-525-203 25 3 2 120 35 041 | NTRKP11 °
NT-RKP11 D025-525-204 25 4 2 120 3% 0.4 NT-RKP11 °
NT-RKP11 D028-525-204 28 4 2 120 3% NT-RKP11 ©
NT-RKP11 D030-525-204 30 4 2 130 3 NT-RKP1 1 ®
NT-RKP11 D032-532-204 32 4 3 130 35 074 | NT-RKP11 °
NT-RKP11 D032-532-205 32 5 3 130 35 073 | NT-RKPI1 °
NT-RKP16 D025-525-202 2 2 2 120 35 0.4 NT-RKP16 °
NT-RKP16 D032-532-203 32 3 3 130 45 071 | NT-RKP16 °

* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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MILLING Holders - REKPLUS ¢/SORMA

DIAMOND & CUTTING TOOLS

Designation oot DN | IF w DCSFMS CRKS L ' Stock
CYLINDRICAL SHANK - REDUCED SHANK
NT-RKP11 D025-S20-Z03 25 3 20 120 35 - - 0.28 NT-RKP11 [} w
NT-RKP11 D032-S25-Z04 32 4 25 130 35 - - 0.49 NT-RKP11 [ J a_nl
NT-RKP16 D040-S32-Z04 40 4 32 150 45 - - 0.89 NT-RKP16 ® %
CYLINDRICAL SHANK - LONG TYPE (10XD) g
NT-RKP11 D016-S15-Z02-L 16 2 15 160 25 - - 0.19 NT-RKP11 [} =
NT-RKP11 D016-S16-Z02-L 16 2 16 160 25 - - 0.21 NT-RKP11 [}
NT-RKP11 D017-S16-Z02-L 17 2 16 170 25 - - 0.23 NT-RKP11 [}
NT-RKP11 D020-S19-Z03-L 20 3 19 200 30 - - 0.39 NT-RKP11 [}
NT-RKP11 D020-S20-Z03-L 20 3 20 200 30 - - 0.43 NT-RKP11 [} ]
=
NT-RKP11 D021-S20-Z03-L 21 3 20 210 30 - - 0.46 NT-RKP11 [ ] E
NT-RKP11 D025-S24-203-L 25 3 24 250 35 - - 0.82 NT-RKP11 [ J E
NT-RKP11 D025-S25-Z03-L 25 3 25 250 35 - - 0.89 NT-RKP11 [ J =
NT-RKP11 D026-S25-Z03-L 26 3 25 260 35 - - 0.94 NT-RKP11 [}
WELDON SHANK
NT-RKP11 D016-W16-Z02 16 2 16 80 25 - - 0.1 NT-RKP11 [ J
NT-RKP11 D020-W20-Z03 20 3 20 90 30 - - 0.18 NT-RKP11 [ J .
NT-RKP11 D025-W25-204 25 4 25 100 35 - - 0.32 NT-RKP11 [} %
ARBOR MOUNTING E
pu
NT-RKP11 D032-F16-Z204 32 4 16 40 - 28 - 0.1 NT-RKP11 [ i
NT-RKP11 D040-F16-Z05 40 5 16 40 - 35 - 0.22 NT-RKP11 [ J -
NT-RKP11 D040-F16-Z06 40 6 16 40 - 35 - 0.3 NT-RKP11 [ J
NT-RKP11 D050-F22-205 50 5 22 40 - 40 - 0.33 NT-RKP11 [}
NT-RKP11 D050-F22-207 50 7 22 40 - 40 - 0.37 NT-RKP11 [}
NT-RKP11 D063-F22-206 63 6 22 40 - 50 - 0.59 NT-RKP11 [} )
NT-RKP11 D063-F22-208 63 8 22 40 - 50 - 0.57 NT-RKP11 [} 3
[=)
NT-RKP11 D080-F27-207 80 7 27 50 - 60 - 1.21 NT-RKP11 [} s
NT-RKP11 D080-F27-210 80 10 27 50 - 60 - 1.07 NT-RKP11 [ ] 5
NT-RKP16 D040-F16-Z04 40 4 16 40 - 35 - 0.19 NT-RKP16 [ J
NT-RKP16 D040-F16-Z05 40 5 16 40 - 35 - 0.18 NT-RKP16 [ J
NT-RKP16 D050-F22-204 50 4 22 40 - 40 - 0.29 NT-RKP16 [ J
NT-RKP16 D050-F22-205 50 5 22 40 - 40 - 0.27 NT-RKP16 [ J
NT-RKP16 D063-F22-205 63 5 22 40 - 50 - 0.53 NT-RKP16 [} ‘g”
NT-RKP16 D063-F22-206 63 6 22 40 - 50 - 0.51 NT-RKP16 [} g
NT-RKP16 D080-F27-206 80 6 27 50 - 60 - 1.09 NT-RKP16 [} =
NT-RKP16 D080-F27-208 80 8 27 50 - 60 - 1.06 NT-RKP16 [}
NT-RKP16 D100-F32-Z07 100 7 32 50 - 80 - 1.9 NT-RKP16 [ J
NT-RKP16 D100-F32-Z09 100 9 32 50 - 80 - 1.85 NT-RKP16 [ J
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
g
Insert screw Flag wrench =
=
Spare parts ‘ =
w
NT-RKP11 Dooco-oco-Zoo NT-ST25056T08HQ NT-FTB08
NT-RKP16 Dooo-ooo-Zoo NT-ST40095T15HQ NT-FTB15
]
oc
o
[72}
@
[&]
Q
<
w
w
&
=
w
=
=
w
e
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MILLING Indexable inserts - REKPLUS %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HG | HF | HF | HF | HF | HF | HF | HF | HF | HT | HF
HT: Cermet
HC: Coated tungsteil bid
RKP o P e e | CVD | PVD | PVD | PVD | PVD | PVD | PVD | PVD PVD
CVD: Chemical vapor deposition
AN AN AT AR RN RN REY BT BT RN
— N M AN = NN MM NN
W W W WD DN W W W W
RekPlus NP LRSS PP IS
L A A A A A A A A =
o A A A A B B B B B B
* HGP and HSC are high precision helical type | S ™0, | @y 1= cnace (D) sutatie | @ | O O OO o0
‘g)(re:(?s?;:esto guarantee your shouldering Genem‘mﬂ:ﬁmgﬁi @ - croice ()it 000000 ®
* GP, TE and SC are economical straight type | " 20, | g 15 cnace 577 suteble O 2 s
geometries Dimensions \ISD Ve(m/min) - suggested cutting speed range (bold: 15 choice)
- o Available in different radii besides R0.8, such 100 100 100 130
= asR0.4,1.2,1.6,2.0,3.1 260 260 280 300
= o Available with cermet and several carbide 60 80 | 80
= . - 180 200 | 180
= grades covering PMKNS applications yRIETT)
e Aluminum type available with different 300 | 300
radii. For more possibilities for non ferrous 300
materials, please go to AluRek series 1100
20 20
60 50
S
=
[=}
<<
§ Designation Stock
'; 5‘ T WPIVIK S| NT-RKP11R04M-HGP 040 | 635 | 35 | 28 | 1.2 [ ] [}
w ) NT-RKP11R08M-HGP 08063 | 35| 28 | 08 [
w
@ &, NT-RKP11R12M-HGP 120 635 35 | 28 | 05 ° ®
V NT-RKP11R1GM-HGP | 1.60 | 6.35 | 3.5 | 28 | - ° °
NT-RKP16R08M-HGP 0.80 [9.525 476 | 45 | 16 [ N} [}
helical type
- all-around application | NT-RKP16R12M-HGP 120 9525 476 | 45 | 09 [ ] [}
£ NT-RKP16R16M-HGP 160 [9.525| 476 | 45 | 01 [ ] [}
[=}
e NT-RKP16R20M-HGP 2.00 [9.525| 476 | 45 - [ ] [}
S
& NT-RKP16R31M-HGP 310 |9.525 | 476 | 45 - [ ] [}
= NT-RKP11R08M-GP 08063 | 35| 28 | 19 [ B ) o o ®
[~=
u NT-RKP16R08M-GP 0.80 |9.525| 476 | 45 2 |V [ BNO] o o ®
&
(L]
= = NT-RKP11R04M-HSC 040 | 635 | 35 | 28 | 1.2 [ ] [}
-
= § NT-RKP11RO8M-HSC 080|635 35 | 28 | 0.7 [ ]
=] § NT-RKP11R12M-HSC 120 635 35 | 28 | 05 ® ®
NT-RKP16R08M-HSC 0.80 |9.525 | 476 | 45 | 16 [ ] (]
NT-RKP16R12M-HSC 120 9525 476 | 45 | 09 ® ®
helical type
low cutting force
Ysed NT-RKP11R08M-SC 08063 | 35| 28 | 19 vV |V
oc
< = NT-RKP16R08M-SC 0.80 |9.525 | 4.76 | 45 2 v
3 g
= -
[=]
w
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
w
w
[~
o
[72}
w
&
S ap (mm) (NT-RKP11) ap (mm) (NT-RKP16) MODIFICATION
o OF THE CUTTER BODY
16.07 16.0 When using inserts with corner radius larger than
1.6 mm the cutter body must be modified
12.0 1 12.04
2 8.0
=
w
= 4.0
177} fz (mm) fz (mm) Round-shaped
! T T T T T T T T p ing
“ 0.15 0.20 0.25 0.30 0.15 020 025 030
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MILLING Indexable inserts - REKPLUS %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HG | HF | HF | HF | HF | HF | HF | HF | HF | HT | HF
HT: Cermet
HC: Coated tungsteil bid
RKP o, P gl atee | CVD | PVD | PVD | PVD | PVD | PVD |PVD PVD PVD
CVD: Chemical vapor deposition Ll
WO S W WL WS =
_— N M N = NN MM NN
W W W WD N W ®D W W §
RekPlus NP PRSPPI S
L A A A A A A A & = ]
o Bl B B B B B B B N B ] =)
* HGP and HSC are high precision helical type | S ™ehinS, | @y 1« crace (D) sutanle| @) | O OO0 0 C N ) =
‘g)(re:g?s?;:esto guarantee your shouldering Ge“e’a‘m”;*éj?u“ﬁ?@ﬁe @@ @ O OO OO O @ P
* GP, TE and SC are economical straight type  "™*Rehn, | g 1< chace §3 sutavie Ak s
geometries Dimensions IS0 Ve(m/min) - suggested cutting speed range (bold: 15 choice)
o Available in different radii besides R0.8, such 100 | 100 100 ' 100 130 -
asR0.4,1.2,1.6,2.0,3.1 260 260 260 280 300 =
o Available with cermet and several carbide M 0|0 2%% 1%30 5
grades covering PMKNS applications e YT =
e Aluminum type available with different 360 300 300
radii. For more possibilities for non ferrous 300
materials, please go to AluRek series 1100
20 20
60 50
S
=
2
Designation RE IC S D1 BS Stock %
@ AP K| NT-RKP11R08M-TE 08063 | 35| 28 | 19 o ® [ ] =
o
= NT-RKP16R08M-TE 0.80 |9.525 | 476 | 45 | 2.2 ® ® [ ]
[
=
= NT-RKP11R04G-AL 040 | 635 35 | 28 | 19 [ o
E NT-RKP11R08G-AL 08063 | 35| 28 | 19 [ g
; NT-RKP16R08G-AL 0.80 |9.525 | 476 | 45 | 22 [ ] %
&
polished surface
periphery ground

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

2]
=
)
=
=
\
=)

S

=

=

=

[=]

w

w

w

=

o

[77]

@

ap (mm) (NT-RKP11) ap (mm) (NT-RKP16) ap (mm) m (NT-RKP11) ap (mm) m (NT-RKP16) §

u
16.0 16.0 16.04 16.04
12.0+ 12.0 12.04 12.04

w

8.0 8.0 8.0 £

=

&=

4.0+ 4.0 4.0+ £

fz (mm) 1z (mm) fz (mm) fz (mm) 7]

T T T T T T T T T T T T T T T T !

015 020 025 0.30 015 020 025 030 015 020 025 0.30 015 020 025 030 “
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MILLING Parameters - cutting speed - REKPLUS ¢/SORMA

DIAMOND & CUTTING TOOLS

‘ IS0 513 ‘ MATERIAL e ae/DC JP5530 JP8625 JP8725

| | HB min | start | max | min | start | max | min | start | max
100% 100 140 180 100 140 180 100 150 200

Free cutting steel and low carbon
P1-P2 ’

0,
(ex. 1.0715/9 smn 28/avp, 1.0503/c45) <200 30% 160 200 240 160 200 240 160 210 260

10% 220 240 260 220 240 260 220 250 280

100% 80 120 160 80 120 160 90 130 170

Medium and high alloy steel

- 0,
(ex. 1.7225/42 CiMo 4, 1.3505/100 Cr 6) 200 =300 | 30% 120 160 200 120 160 200 130 170 210

10% 180 200 220 180 200 220 190 210 230
100% 60 90 120 60 90 120 80 110 140

S
=
= High tensile strength and tool steel . o
E P5 - P6 (ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 + 400 30% 100 130 160 100 130 160 120 150 180
< 10% 140 170 200 140 170 200 160 190 220
150 513 MATERIAL HARDNESS | jope  JPSS30 ~ JPIS35 ~ JPI63S
HB min | start | max | min | start | max | min | start | max
100% 60 100 140 80 120 160 80 110 140
Ferritic and martensitic stainless steel 5
. P7 (ex. 1.4021/X 20 Cr 13/AISI420) <200 30% 80 130 180 100 150 200 100 140 180
% 10% 100 160 220 120 180 240 120 170 220
<<
E 100% 60 90 120 60 80 100
\ Precipitation hardening stainless steel o
= P8 (ex. 1.4548/X 5 CrNiCuNb 17 4/17-4-PH) SLEl EBio i 1Y 1€y i 0 1Y
10% 80 110 140 80 100 120
100% 60 90 120 80 110 140 80 100 120
Austenitic stainless steel 0
M1 (ex. 1.4305/X 10 CrNiS 18 9/AISI303) > 200 30% 80 120 160 100 140 180 100 130 160
S 10% 100 140 180 120 160 200 120 150 180
=
§ 100% 70 100 130 70 90 110
“ Austenitic and Duplex stainless steel 0
S M2 - M3 "\ 1401/x5 civio 17 12 2/AISi316) 30% R et
90 120 150 90 110 130
150 513 MATERIAL HARDNESS  opc JPTS2S _ JP7615
HB min | start | max | min | start | max

100% | 140 180 220 140 180 220

Grey cast iron

o 0,
(ex. 0.6025/GG 25/EN-GJL-250) 150 +250 | 30% 160 210 260 160 210 260

10% 180 240 300 180 240 300

2}
=
-
=
=
|
a

100% | 100 140 180 100 140 180
150+ 350 | 30% 120 170 220 120 170 220
10% 140 200 260 140 200 260

Nodular cast iron
(ex. 0.7050/GGG 50/EN-GJS-500-7)

100% 90 120 150 90 120 150
Austenitic and ADI cast iron
=] (ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 + 500 30% 120 150 180 120 150 180
=i ADI1000)
= 10% 150 180 210 150 180 210
[=]
i | 1so513 | MATERIAL HARDNESS | e JUBS20
| | HB min | start | max
100% 300 400 500
Aluminium alloys < Si 12% o
(ex. 3.4365/A1Zn5.5MgCu/ERGAL) dihe 4l Sl s
- 10% 500 800 1100
w
= 100% 200 250 300
& Aluminium alloys Si > 12%
(YN} 0,
§ (ex. 3.2382/G-AISi12) e s L A0
N 10% 400 450 500
IS0 513 MATERIAL HeSE ae/DC . JP3535 ) JP3635
\ | HB min | start | max | min | start | max
100% 20 30 40 20 25 30
Fe/Ni/Co based heat resistant alloys
E (ex. Hastelloy, Inconel 625, Inconel 718) Si0 &0 = <0 = £ 0
§ 10% | 40 50 60 40 45 50
[~ =
; 100% 40 50 60 30 40 50
' Titanium alloys o
@ (ex. TIAI2Sn4Zr2MoS) 0% | 50 60 70 40 0 60
10% 60 70 80 50 60 70

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - cutting speed - REKPLUS

¢, SORMA

DIAMOND & CUTTING TOOLS

JU4525

min | start | max
130 180 230
200 240 280
260 280 300
120 150 180
180 210 240
230 250 270
90 120 150
150 180 210
190 220 250

nidkotoo.s | SORMA CUTTING SOLUTIONS

Complete workpiece materials p. H1.
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MILLING Parameters - cutting speed - REKPLUS ¢/SORMA

DIAMOND & CUTTING TOOLS

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
L DESIGNATION ae/DC DESIGNATION ae/DC
c_n' ap (mm) fz (mm) ap (mm) fz (mm)
§ min | start | max | min | start | max min | start | max | min | start | max
"'QJ 100% 1.00 | 250 | 400 @ 0.06 | 0.09 | 0.12 100% 1.00 | 250 | 400 @ 006 | 0.09 @ 0.12
= NT-RKP11RooM-HGP 30% 1.00 @ 450 | 800 @ 0.08 | 011 | 0.14 NT-RKP11R08M-GP 30% 1.00 # 450 800  0.08 | 011 | 0.14
10% 1.00 @ 450 | 800 @ 010 | 015 | 0.20 10% 1.00 | 450 | 800 @ 010 | 0.15 | 0.20
100% 1.00 # 400 | 700 010 | 013 | 0.16 100% 1.00 | 400 | 700 | 010 | 0.13 | 0.16
NT-RKP16RooM-HGP 30% 1.00 | 8.00 | 15.00 0.12 | 0.16 | 0.20 NT-RKP16R08M-GP 30% 1.00 | 8.00 | 1500 ' 012 | 0.16 | 0.20
10% 1.00 | 8.00 | 15.00 0.16 | 0.20 | 0.24 10% 1.00 | 8.00 | 1500 = 0.16 | 0.20 & 0.24
‘é 100% 1.00 | 250 | 400 @ 0.04 | 0.07 | 0.10 100% 1.00 | 250 | 4.00 | 0.04 | 0.07 @ 0.10
E NT-RKP11RooM-HSC 30% 1.00 @ 450 | 800 @ 0.06 | 0.09 | 0.12 NT-RKP11R08M-SC 30% 1.00 | 450 | 800 | 0.06 | 0.09 0.12
Z 10% 1.00 | 450 | 800 & 0.08 | 012 | 0.16 10% 1.00 | 450 | 800 @ 008 | 012 | 0.16
100% 1.00 | 400 | 700 @ 0.06 | 0.10 | 0.14 100% 1.00 | 250 | 400 @ 008 | 0.11 | 0.14
NT-RKP16RooM-HSC 30% 1.00 | 8.00 | 15.00 0.0 | 0.13 | 0.16 NT-RKP11RO8M-TE 30% 1.00 | 450 | 800 @ 010 | 0.14 | 0.18
10% 1.00 ' 800 | 1500 012 | 015 | 0.18 10% 1.00 | 450 | 800 | 012 | 017 | 0.22
100% 1.00 | 400 | 700 | 012 | 0.15 § 0.18
o NT-RKP16R08M-TE 30% 1.00 @ 800 1500 0.14 | 018 | 0.22
é 10% 1.00 | 8.00 | 1500 = 0.18 | 0.23 | 0.28
% 100% 1.00 | 250 400 @ 0.08 | 014 | 0.20
. NT-RKP11RooG-AL 30% 1.00 | 450 | 800 | 010 | 017 | 0.24
o
10% 1.00 450 800 012 | 020 | 0.28
100% 1.00 | 400 | 700 @ 011 | 0.18 | 0.25
NT-RKP16RooG-AL 30% 1.00 | 8.00 | 1500 0.14 | 022 | 0.30
10% 1.00 | 8.00 | 1500  0.16 | 0.25 & 0.34
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Parameters for ramping

NT-RKP11 NT-RKP16
2 DC | RWPX L DC | RWPX L
= 16 4.2° 10.8 25 5.0° 9.0
o 17 39° 115 32 1.7° 24.3
20 29° 15.4 40 1.1° 365
21 2.7° 16.6
25 2.0° 215
26 1.9° 22.4
. 32 1.4° 295
= 40 10° 393
E RMPX: max. ramping angle; L: max. ramping path
w
Parameters for helical milling
NT-RKP11 R0.4 NT-RKP11 R0.8/1.2/1.6
- DC DH min. | DH max. DC DH min. | DH max.
£ 16 20 32 16 21 31
2 17 22 34 17 23 3
g . 20 28 40 20 29 39
o 21 30 42 21 31 4
25 38 50 25 39 49
26 40 52 26 4 51
32 52 64 32 53 63
© " 40 68 80 40 69 79
% NT-RKP16 RO.8 NT-RKP16 R1.2/1.6/2.0 NT-RKP16 R3.1
g DC DH min. | DH max. DC DH min. | DH max. DC DH min. | DH max.
G 25 32 49 25 33 49 25 35 47
© 32 46 63 32 47 63 32 49 61
40 62 79 40 63 79 40 65 77

DH min.: min. cutting dia.; DH max.: max. cutting dia.
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