Insert Styles:
RCLT12(CC1, CC2, CP, PH2)

RCLT16 (CC1, CC2, CP, PH, PH2)

Face Mills:
5E6H
5E6K

End Mills:
15E1H, 15E1K

Grades:
IN2005, IN2030, IN2035,
IN4015, IN4030, INO5S

Applications:
Die & Mold

Aero Space
General Machining

Special Duty Indexable Button Roughers

Form Master Pro is a unique indexable button milling solution for standard

& demanding long reach milling applications. Inserts are offered in 12mm

& 16mm IC sizes, in standard round and serrated types. Economy is

ﬁrovided with standard round inserts having 8 indexes & serrated inserts
aving 4 indexes.

Features & Benefits:

* Face mills & modular cutter types

*12 mm & 16 mm IC button sizes

* Well-designed indexable button insert geometries, round & serrated

e Serrated inserts for extended length applications, chip evacuation, heat
management

* Premium milling grades to cut all materials

* Strong clamping insert screw for secure and stable insert seating

e Anti-rotation insert clamping for maximum stability

e Ultra-reliable & stable milling performance!
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SERIES 5E6H

SEEEEET

Facing Channeling Ramping Pocketing Corkscrew Contour Coolant

DCX DC OAL ZEFF PRFRAD KWW
Part Number Cutting Cutting Overall Effective Profile e
Dia. Max. Dia. Length Teeth Radius yway

5E6H-20R01 2.000 1.528 1.750 5 6.00 mm 0.750 0.312

SERIES 5E6K
ddddddd
6 >
Facing Channeling Ramping Pocketing Corkscrew Contour Coolant

L | j[ 8mmapnix

FPRFRAD

DCX DC OAL ZEFF PRFRAD KWW CSP
Part Number Cutting Cutting Overall Effective Profile K Gnlbit
Dia. Max. Dia. Length Teeth Radius yway
5E6K-02R01 2.000 1.370 1.750 4 8.00 mm 0.750 0.312 Yes
5E6K-03R01 3.000 2.370 1.750 6 8.00 mm 1.000 0.375 Yes
5E6K-04R01 4.000 3.370 2.000 7 8.00 mm 1.250 0.500 No
5E6K-06R01 6.000 5.370 2.500 9 8.00 mm 1.500 0.625 No
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SERIES 15E1H (TOP-ON STYLE)

ddddddd

Facing Channeling Ramping Pocketing Corkscrew Contour Coolant

) e ccMs
. e [ a—
DCX ‘ o _
A = DHUB
' 8 |
PRFRAD - 6mmapux

DCX
Part Number Cutting ting
Dia. Max.
15E1H-10015X7R01 1.000 0.528
15E1H-12015X8R01 1.250 0.778
15E1H-15015X8R01 1.500 1.028
B FoORNMEN I ASIRFR™™

16MM BUTTON END MILL

LF ZEFF PRFRAD CCMS
Functional Effective Profile Connection Code
Length Teeth Radius Machine Side
1.50 2 6.00 mm 0.83 TopOn M12 17 mm
1.50 S 6.00 mm %13 TopOn M16 22 mm
1.50 4 6.00 mm 1.13 TopOn M16 22 mm

SERIES 15E1K (TOP-ON STYLE)

ddddddd

Ramping

Facing Channeling Pocketing Corkscrew Contour Coolant

CCMS

|
PRFRAD4/144*8mnmpr

DHUB CCMS

DCX
Part Number Cutting
Dia. Max.
15E1K-12017X8R01 1.250 0.620
15E1K-15017X8R0O1 1.500 0.870

o lrigérsoll

Cutting Tools

LF ZEFF PRFRAD
Functional Effective Profile Hub Connection Code W;?zneCh
Length Teeth Radius Dia. Machine Side
1.75 2 8.00 mm 1.13 TopOn M16 22 mm
%75 3 8.00 mm 113 TopOn M16 22 mm
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RCLT-CC1 RCLT-CC2

RCLT-PH2

IC S 0] f [} Q S| 3 2

Part Number Application Inscribed Circle : Number o Insert =] RS =

Dia. Thickness Indexes Hand = % g <Er

RCLT1204MON-CC1 Standard 12mm 0.187 4 Neutral o o o o
RCLT1204MON-CC2 Heavy-Duty 12mm 0.187 4 Neutral . e o o

RCLT1204MON-CP Grd/Pol for Al 12mm 0.187 4 Neutral .
RCLT1204MOTN-PH2 Heavy-Duty 12mm 0.190 8 Neutral o o J
RCLT-CC RCLT-CC1 RCLT-CC2

RCLT-CP RCLT-PH

} Ic
e
@
s s
IC s NOI IH S| = 2|
Part Number Application Inscribed Circle Thickness Number of Insert QS |2
Dia. Indexes Hand == ==

RCLT-PH2

INO5S

RCLT1606MON-CC Standard 16mm 0.256 4 Neutral o o
RCLT1606MON-CC1 Standard 16mm 0.256 4 Neutral o lve (RO
RCLT1606MON-CC2 Heavy-Duty 16mm 0.256 4 Neutral °

RCLT1606MON-CP Grd/Pol for Al 16mm 0.256 4 Neutral °

RCLT1606MOTN-PH Standard 16mm 0.256 8 Neutral o o .
RCLT1606MOTN-PH2 Heavy-Duty 16mm 0.256 8 Neutral o J
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HARDWARE

A aaray

**OPTIONAL** **OPTIONAL** **OPTIONAL** **OPTIONAL**
Insert Screw Retention Bolt Driver Handle Driver Bit TopOn Wrench Torque Driver Handle Torque Driver Bit Preset Torque Bit Retention Bolt w/Coolant

5E6H-20R01 SM40-090-00  SD-06-46 DS-A0OT DST156B - DS-A00-25T ~ DS-T15B1 DT-30-.25 SD-06-89
5E6K-02R01 SM50-120-10  SD-06-46 : DS-A00-25T  DS-T20B1 DT-44-25 SD-06-89
5E6K-03RO01 SM50-120-10  SD-08-46 - DS-A00-25T ~ DS-T20B1 DT-44-25 SD-08-92
SE6K-04R01 SM50-120-10 DS-AOOT DS-T206B : DS-A00-25T  DS-T20B1 DT-44-25 SD-10-99
SE6K-06R01 SM50-120-10  SD-12-82 - DS-A00-25T  DS-T20B1 DT-44-.25 SD-12-99
15E1H-10015X7R01 SM40-090-00 - DS-A0OT DS-T156B 617MM DS-A00-25T  DS-T15B1 DI-30-.25
15E1H-12015X8R01 SM40-090-00 = DS-A0OT DST156B 622MM DS-A00-25T ~ DST15B1 DT-30-.25
15E1H-15015X8R01 SM40-090-00 3 DS-A0OT DST1568 622MM DS-A00-25T  DST15B1 DT-30-.25
15E1K-12017X8R01 SM50-105-10 = 622MM DS-A00-25T ~ DST20B1 Dr-44-25
15E1K-15017X8R01 SM50-105-10 - 622MM DS-A00-25T  DS-T20B1 DT-44-25

OPERATING GUIDELINES - RCLT...CC/CC1

Harder <--
Ve fz*
. Cutting Speed Feed/Tooth Coolant
Mat'l h
Group SFM (inch)
#VDI 3323

500-750 007-.012 1 2 3 No
500-750 007-.012 1 2 3 No

450-600 007-010 1 2 3 No

12-13 (Ferrsitt?cirgel\jlsaftt::litic) 410,416,440 250525 006-010 4 2 3 1 Yes

M StainlessSteel 303,304, 316,155, 250,525 006010 . al sl s

(Austenitic)

31-35  HighTempAlloys  "conel. Hastelloy, 60-250 .006-010 4 RN Yes
S _ 6AI-4Y,
36-37  Titanium Alloys I . 60-250 .006-010 4 =R Yes

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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Harder <--
fz*
Feed/Tooth Coolant

Mat'l 5
Group SFEM (inch)

#VDI 3323

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.

Harder <~
fz*
Feed/Tooth Coolant

Mat'l 5
Group SEM (inch)

#VDI 3323

500-750 007-025 4 1 2 3 No

500-750 007-025 4 1 2 3 No

450-600 007-020 4 1 2 3 No

12-13 (Ferf}tt?ci'geﬁgftt::lim) 410,416,440 250525 006-020 4 2 3 1 Yes

M Stinlesteel 303,304,316,155, 250.525 006020 . alalq s

(Austenitic)

31-35  HighTempAlloys  conel.Hastelloy, 60-250 .004-012 2 3 1 Yes
S 6AI-4Y,

36-37 Titanium Alloys 5A1-5Mo-5V-3Cr

60-250 .005-.012 213 [ 1 Yes

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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