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ARCH
Cutting Tools

No part or feature is too small. KEO® Micro Tools are ready
to meet your needs. Learn more about ARCH’s broad milling,

drilling, slotting, engraving and finishing solutions.

archcuttingtools.com




DA<TH

Cutting Tools

Table Of Contents
Square End, Standard 4,6-7
ARCH Cutting Tools Centralized Distribution Center 5
Square End, Stub 8
Square End, Long Reach, Stub 9-11
Square End, Long Reach 12
Long Flute, Long Reach 13
Square End, Multi-Flute 14
Square End, Long Flute, Long Reach Stub G Mill 15
Ball End, Standard 16
Ball End, Long Reach 17
Ball End, Long Flute, Long Reach 18
Q Mills, Standard & Stub 19
QSR & QB Mills 20
Ball Tapered Rib Cutters 2l
Center Drills-Soild Plain Type 22
ARCH Cutting Tools: A Distinct Culture Article 23
Circuit Board Dirills 24-27
Chamfer Mills, Single-End 28-30
Tipped Off Chamfer Mills 31
Chamfer Mills, Double-End 32
Drill Mills, Single-End 33
Coated Drrill Point Mills 34
Engraving Cutters, Pointed End 35-36
Engraving Cutters, Radius End 37
Engraving Cutters, Flat End 38-39
Corner Rounding 40-43
Keyseat Small Solid Cutter, Shank Type 44-46
Coatings Guide 47
End/Chamfer Mill Speeds and Feeds* 48
Drill Speeds and Feeds* 49
Keyseat Cutters Speeds and Feeds* 50

*For technical data page

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



Cutting Tools - (T (‘ih |

| =
— |
| 1T 1Y
I
RN
e (A

For more information or to view other products,
visit archcuttingstools.com

Contact information:

ARCH® Cutting Tools - Centralized Distribution Center
Phone: 888-390-2050

Email: ARCHCTSales@archgp.com

ARCH Specials

Phone: 844-321-ARCH
Email: ARCHCTSpecials@archgp.com

www.archcuttingtools.com




ARCTIH ARCTH
Cutting Tools Cutting Tools

Meet Our Centralized Distribution Center. It's a Convenient,
Single-Source Warehouse Stocking the Full Portfolio of ARCH
Products.

Our consolidated, state-of-the-art distribution center allows customers to quickly
and easily order standard catalog items from our KEO® solid round tools and
Ultra-Dex® indexable portfolios.

Our standard catalog, known as “The Collection,” includes solid and indexable
milling and drilling tools, spotting and center drills, countersinks and bores, drill
and chamfer mills, engraving tools, corner rounding tools, dovetail and t-slot
cutters, slotting and plain/shell mills, slitting/jeweler saws, tool holders, inserts,
and OD and ID turning tools. Customers can also order our recently rebranded
KEO® Micro Tools line, as well as the Patriot High Performance by KEO® solid
carbide and end mill line, from our Centralized Distribution Center.

Plus, The Collection was designed with the customer in mind. Products are
organized in groups by tool setup, and all dimensions meet ISO 13399 standards
to ensure digital capability.

“First, we invested in building an industry-leading, comprehensive catalog.
And now, we'’ve invested in making those products available to our customers
quickly and conveniently through our centralized Distribution Center,” said Jeff
Cederstrom, President of ARCH Cutting Tools. “This new, single-point-of-contact
ordering approach saves our customers valuable time.”

Access the best general machining and high-performance cutting tools on the

market quickly and easily by contacting our Centralized Distribution Center at 888-
390-2050 or ARCHCTSales@archgp.com.

4 Contact us today at: ARCHCTSales@archgp.com | 888-390-2050
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Solid Milling SQUARE END, STANDARD ARCTEH

Cutting Tools

@ .005"- .045”

CARBIDE

' L
}- APmX - LS
PG.48

e ) Y

DC DCONms APmx LS L

0.0050 0.1250 0.0150 1.1342 1.5000 | 930-000-439 930-000-364
0.0070 0.1250 0.0210 1.1342 1.5000 | 930-000-441 930-000-366
0.0090 0.1250 0.0270 1.1342 1.5000 | 930-000-443 930-000-368
0.0110 0.1250 0.0330 1.1738 1.5000 | 930-000-445 | 930-002-751 | 930-000-881 | 930-000-370 930-000-751
0.0130 0.1250 0.0390 1.1729 1.5000 | 930-000-447 | 930-002-753 | 930-000-883 | 930-000-372 930-000-753
0.0150 0.1250 0.0450 1.1720 1.5000 | 930-000-449 | 930-002-755 | 930-000-885 | 930-000-374 | 930-002-730 | 930-000-755
0.0160 0.1250 0.0480 1.1716 1.5000 | 930-000-450 930-000-886 | 930-000-375 930-000-756
0.0180 0.1250 0.0540 1.1708 1.5000 | 930-000-452 | 930-002-756 | 930-000-888 | 930-000-377 930-000-758
0.0197 0.1250 0.0591 1.1700 1.5000 | 930-000-513 | 930-002-783 | 930-000-949
0.0210 0.1250 0.0630 1.1695 1.5000 | 930-000-455 930-000-891 | 930-000-380 930-000-761
0.0230 0.1250 0.0690 1.1686 1.5000 | 930-000-457 | 930-002-758 | 930-000-893 | 930-000-382 930-000-763
0.0250 0.1250 0.0750 1.1678 15000 | 930-000-459 | 930-002-760 | 930-000-895 | 930-000-384 | 930-002-732 | 930-000-765
0.0270 0.1250 0.0810 1.1669 1.5000 | 930-000-461 930-000-897 | 930-000-386 930-000-767
0.0290 0.1250 0.0870 1.1661 1.5000 | 930-000-463 | 930-002-761 | 930-000-899 | 930-000-388 930-000-769
0.0310 0.1250 0.0930 1.1652 15000 | 930-000-465 | 930-002-763 | 930-000-901 | 930-000-390 | 930-002-734 | 930-000-771
0.0330 | 01250 | 00990 | 1.1644 | 1.5000 | 930-000-467 930-000-903 | 930-000-392 930-000-773
0.0350 0.1250 0.1050 1.1635 1.5000 | 930-000-469 | 930-002-764 | 930-000-905 | 930-000-394 | 930-002-735 | 930-000-775
0.0370 0.1250 0.1110 1.1626 1.5000 | 930-000-471 930-000-907 | 930-000-396 930-000-777
0.0390 0.1250 0.1170 1.1618 1.5000 | 930-000-473 930-000-909 | 930-000-398 930-000-779
0.0400 0.1250 0.1200 1.1614 1.5000 | 930-000-474 | 930-002-765 | 930-000-910 | 930-000-399 | 930-002-736 | 930-000-780
0.0420 0.1250 0.1260 1.1605 1.5000 | 930-000-476 930-000-912 | 930-000-401 930-000-782
0.0440 0.1250 0.1320 1.1596 1.5000 | 930-000-478 930-000-914 | 930-000-403 930-000-784

il
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ARTIH SQUARE END, STANDARD Solid Milling

Cutting Tools

w
@ .046"- .1772" =]
1]
o
| L <
}—Ame ‘ Ls (8]

R T

— OC DO e ——————
PG.48 1 o

UNCOATED
DC DCONms APmx LS L
2 FLUTE 3 FLUTE 4 FLUTE

0.0460 0.1250 0.1380 1.1588 1.5000 | 930-000-293 930-000-679
0.0480 0.1250 0.1440 1.1579 15000 | 930-000-295 930-000-681
0.0492 0.1250 0.1476 1.1574 1.5000 | 930-000-351 | 930-002-717 | 930-000-737
0.0510 0.1250 0.1530 1.1567 1.5000 | 930-000-299 930-000-685 | 930-000-573 | 930-001-072
0.0530 0.1250 0.1590 1.1558 15000 | 930-000-301 930-000-687 | 930-000-575 | 930-001-074
00550 | 0.1250 0.1650 1.1549 15000 | 930-000-303 | 930-002-699 | 930-000-689 | 930-000-577 | 930-001-076
0.0570 0.1250 0.1710 1.1541 1.5000 | 930-000-306 930-000-692 | 930-000-579 | 930-001-078
0.0590 0.1250 0.1770 1.1532 1.5000 | 930-000-308 930-000-694 | 930-000-581 | 930-001-080
0.0600 | 0.1250 0.1800 1.1528 15000 | 930-000-309 | 930-002-700 | 930-000-695 | 930-000-582 | 930-001-081
0.0630 0.1250 0.1890 1.1515 1.5000 | 930-000-354 | 930-002-719 | 930-000-740
0.0650 | 0.1250 0.1950 1.1507 15000 | 930-000-313 | 930-002-703 | 930-000-699 | 930-000-584 | 930-001-083
0.0709 0.1250 0.2127 1.1481 15000 | 930-000-355 | 930-002-720 | 930-000-741
00780 | 0.1250 0.2340 1.1451 1.5000 | 930-000-318 | 930-002-706 | 930-000-704 | 930-000-587 | 930-001-086
0.0800 | 0.1250 0.2400 1.1442 15000 | 930-000-319 | 930-002-707 | 930-000-705 | 930-000-588 | 930-001-087
0.0866 0.1250 0.2598 11414 15000 | 930-000-357 | 930-002-722 | 930-000-743
00930 | 0.1250 0.2790 1.1387 15000 | 930-000-324 | 930-002-710 | 930-000-710 | 930-000-591 | 930-001-090
0.0984 0.1250 0.2952 1.1364 15000 | 930-000-358 | 930-002-723 | 930-000-744
0.1030 0.1250 0.3090 1.1344 1.5000 | 930-000-328 | 930-002-713 | 930-000-714
0.1102 0.1250 0.3306 1.1313 15000 | 930-000-359 | 930-002-724 | 930-000-745 | 930-000-604 | 930-001-106
0.1181 0.1250 0.3543 1.1280 1.5000 | 930-000-360 | 930-002-725 | 930-000-746 | 930-000-605 | 930-001-107
0.1378 0.1875 0.4134 1.4588 2.0000 | 930-000-361 | 930-002-726 | 930-000-747
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Solid MI"Iﬂg SQUARE END, LONG SHANK, STUB DT

30° HELIX Cutting Tools
w
a @ .005"- .040”
o0
o
g
(&)
' L
APmX ‘ LS
- T
bc DCONTS = e ————————
T .
PG.48
= @&

UNCOATED
DC DCONms APmx LS L 2 FLUTE 4 FLUTE

0.0400 0.1250 0.0600 1.2214 1.5000 930-001-426 930-001-652 930-001-599
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ARTH SQUARE END, LONG SHANK,

“Cutting Tools LONG REACH, STUB Solid Milling
w
@ .010”-.035” o
1]
(-4
<
L (8)
LF LS
oe = APmx
sl .
ms e —.
T&D | ocon
PG.48

UNCOATED
DC DCONms APmx LS L LF 3 FLUTE

0.0100 0.1250 0.0150 2.3925 2.5000 0.0500 930-003-794 930-003-658 930-003-114
0.0100 0.1250 0.0150 2.3175 2.5000 0.1250 930-003-730 930-003-594 930-003-057
0.0150 0.1250 0.0225 2.4000 2.5000 0.0450 930-003-788 930-003-652 930-003-108
0.0150 0.1250 0.0225 2.3200 2.5000 0.1250 930-003-822 930-003-686 930-003-139
0.0150 0.1250 0.0225 2.2200 2.5000 0.2250 930-003-758 930-003-622 930-003-082
0.0200 0.1250 0.0300 2.3475 2.5000 0.1000 930-003-796 930-003-660 930-003-116
0.0200 0.1250 0.0300 2.1975 2.5000 0.2500 930-003-732 930-003-596 930-003-059
0.0200 0.1250 0.0300 2.0475 2.5000 0.4000 930-003-777 930-003-642 930-003-098
0.0250 0.1250 0.0375 2.2500 2.5000 0.2000 930-003-824 930-003-688 930-003-141
0.0250 0.1250 0.0375 2.0750 2.5000 0.3750 930-003-760 930-003-624 930-003-084
0.0300 0.1250 0.0450 2.3025 2.5000 0.1500 930-003-798 930-003-662 930-003-118
0.0300 0.1250 0.0450 2.0775 2.5000 0.3750 930-003-734 930-003-598 930-003-061
0.0310 0.1250 0.0465 2.3600 2.5000 0.0930 930-003-789 930-003-653 930-003-109
0.0310 0.1250 0.0465 2.2030 2.5000 0.2500 930-003-826 930-003-690 930-003-143
0.0310 0.1250 0.0465 1.9830 2.5000 0.4700 930-003-762 930-003-626 930-003-086
0.0350 0.1250 0.0525 2.2680 2.5000 0.1870 930-003-800 930-003-664 930-003-120
0.0350 0.1250 0.0525 2.0300 2.5000 0.4250 930-003-736 930-003-600 930-003-063

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

www.archcuttingtools.com 9



. S SQUARE END, LONG SHANK, ==
Solid Milling Q ARTH

LONG REACH, STUB Cutting Tools

@ .040"- .075”

CARBIDE

LF LS

- AmeW
DC
1

B~ ] oconns

X | | 1

0.0750 0.1250 0.1125 1.5750 2.5000 0.9000 930-003-746 930-003-610 930-003-073
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DARTH SQUARE END, LONG SHANK,

" Cutting Tools LONG REACH, STUB Solid Milling

w

@ .078"- .250” E

1]

o

: S

LF LS
=—APmXx
DC
_:\'_r gb | %)Ems R e ————
PG.48

UNCOATED
DC DCONms APmx LS LF 3 FLUTE

0.0780 0.1250 0.1170 2.2425 2.5000 0.2340 930-003-792 930-003-656 930-003-112
0.0780 0.1250 0.1170 1.8515 2.5000 0.6250 930-003-838 930-003-702 930-003-155
0.0780 0.1250 0.1170 1.2895 2.5000 1.1870 930-003-771 930-003-635 930-003-095
0.0800 0.1250 0.1200 2.0775 2.5000 0.4000 930-003-812 930-003-676 930-003-132
0.0800 0.1250 0.1200 1.5175 2.5000 0.9600 930-003-748 930-003-612 930-003-075
0.0850 0.1250 0.1275 1.7800 2.5000 0.7000 930-003-840 930-003-704 930-003-157
0.0900 0.1250 0.1350 2.0325 2.5000 0.4500 930-003-814 930-003-678 930-003-134
0.0900 0.1250 0.1350 1.4025 2.5000 1.0800 930-003-750 930-003-614 930-003-077
0.0930 0.1250 0.1395 1.9840 2.5000 0.5000 930-003-815 930-003-679 930-003-135
0.0930 0.1250 0.1395 1.3590 2.5000 1.1250 930-003-751 930-003-615 930-003-078
0.0930 0.1250 0.1395 2.1090 4.0000 1.8750 930-003-786 930-003-650 930-003-107
0.0950 0.1250 0.1425 1.7350 2.5000 0.7500 930-003-843 930-003-707 930-003-160
0.1000 0.1250 0.1500 1.9875 2.5000 0.5000 930-003-817 930-003-681 930-003-137
0.1000 0.1250 0.1500 1.2875 2.5000 1.2000 930-003-753 930-003-617 930-003-080
0.1250 0.1250 0.1875 1.5000 2.5000 1.0000 930-003-845 930-003-709 931-000-358
0.1250 0.1250 0.1875 1.1250 3.0000 1.8750 930-003-773 930-003-637 931-000-351
0.1875 0.1875 0.2813 2.0000 3.0000 1.0000 930-003-819 930-003-683 931-000-356
0.1875 0.1875 0.2813 1.7500 4.0000 2.2500 930-003-755 930-003-619 931-000-349
0.2500 0.2500 0.3750 2.7500 4.0000 1.2500 930-003-820 930-003-684 931-000-357
0.2500 0.2500 0.3750 0.3750 3.0000 6.0000 930-003-756 930-003-620 931-000-350
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Solid Milling SQUARE END, LONG REACH ARCH

Cutting Tools

@ .005"-.100"

CARBIDE

- AmeW
DC
o

=~ | %Ems —————

PG.48

i @ @

DC DCON AP LS LF SNCOATED
= 1 2 FLUTE 4 FLUTE

I 0 T B T -
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=S
ARTH LONG FLUTE, LONG REACH Solid Milling

Cutting Tools

@ .010”- .250”

CARBIDE

LF LS

~— APMX W
DC
1

ESD | DCO:Nms S e

ﬂ

PG.48

UNCOATED
DC DCONms APmx LS LF
3 FLUTE

B B P e . S ™7

0.2500 0.2500 1.5000 2.0000 4.0000 N/A 930-002-992 N/A 931-000-335
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. S SQUARE END, MULTI - FLUTE = ]
Solid Milling Q ARTH

HIGH HELIX 35° Cutting Tools

@ .031 ”-.100”

CARBIDE

APmx LS
1

+ e
DC DCO*Nms =

UNCOATED
5 FLUTE

0.0310 0.1250 0.0930 1.1652 1.5000 930-003-848 930-003-867
0.0470 0.1250 0.1410 1.1584 1.5000 930-003-850 930-003-869

DC DCONms APmx LS

0.0600 0.1250 0.1800 1.1528 1.5000 930-003-852 930-003-871
0.0700 0.1250 0.2100 1.1485 1.5000 930-003-854 930-003-873
0.0800 0.1250 0.2400 1.1442 1.5000 930-003-856 930-003-875

0.1000 0.1250 0.3000 1.1357 1.5000 930-003-858 930-003-877
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DARTH SQUARE END, LONG FLUTE, LONG REACH

Cutting Tools STUB G MILLS 35° HELIX Solid Milling

@ .0156"” - .1250”

CARBIDE

Ameﬁ LS

+ X
DCONms e ——

il

PG.48

UNCOATED
DC DCONms APmx LS L

3 FLUTE

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

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
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. S BALL END, STANDARD ==
Solid Milling ARTH

30° HELIX Cutting Tools

@ .005"- .044"

CARBIDE

APmX ' LS

:
DCONs ]

Re

PG.48 E DC

i o
UNCOATED
DC DCONms Re APmx LS L 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

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



DESC BALL END, LONG REACH . orpe
R Solid Milling

Cutting Tools 30° HELIX
w
@ .005" - .100" a
o
o
g
(8]
L
LF
. <AmeW i s
T
LD@ | oconms e —————
PG.48
i @ &

UNCOATED
DC DCONms Re APmx LS LF
2 FLUTE 4 FLUTE

T TR T
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CARBIDE

Solid Milling

18

DC

BALL END, LONG FLUTE, LONG REACH
30° HELIX

@ .010"- .250"

LF
= APmx

=
l

DCONms

DCO*Nms

UNCOATED
Re APmx LS L LF

3 FLUTE

AARCTH
Cutting Tools

0.2500

0.2500 0

1250 1.5000 2.0000 4.0000 2.0000 930-002-922 931-000-343

931-000-339
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ADAESC MILLS, STANDARD & STUB . orpe
AT Q Solid Milling

Cutting Tools 35° HELIX
w
@ .0313” - .250” a
Q
(-4
g
(8)
‘ L
APmx—] | LS
1 I
be L
o 1 = =
PG.48
W% STANDARD =)

DC DCON AP LS L UNCOATED
= 1 3 FLUTE

0.2500 0.2500 0.7500 1.3750 2.5000 930-002-677 931-000-332
L
APmX ‘ Ls
S i
1

WX STUB &

DCON AP LS L SNCOATED
s 1 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

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

www.archcuttingtools.com 19



Solid Milling QSR & QB MILLS AA=TH

35° HELIX Cutting Tools
W
Q @ .0313"-.250"
@
o
g L
)
LF LS
—~— APmx
DC
s T —
T&D l oconms
PG.48
i& STUB, REACHED &

UNCOATED
DC DCONms APmx LS LF

3 FLUTE

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

APmX ‘ LS

!
oconm: e—

Re

i& BALL, STANDARD 3

UNCOATED
3 FLUTE

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

DC DCONms Re APmx LS

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

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



e
ARTH BALL TAPERED RIB CUTTERS Solid Milling

Cutting Tools
w
@ .020"- 060" a
0
g
Re APMX ' Ls (&)
— o e ——
PG.48 DC
iﬁ LONG FLUTE 4

UNCOATED TIALN NANO COATED
4 FLUTE 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

DC DCONms Re APmx LS L

0.0600 0.1875 0.0300 0.4200 2.2871 3.0000 2.0 930-000-217 930-000-237
' L
|-
Re Amew LS
+
DCO+Nms
I
PG.48 bC
i& EXTRA LONG FLUTE 4

Jl\leter.i=el | TIALN NANO COATED
4 FLUTE 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

www.archcuttingtools.com el



SOLID PLAIN TYPE DT

Center Drills et |
82°/ 90° ANGLE Cutting Tools
w L
(=]
|
E II:'l:J — DCONms
g
(&)
SIZE DC DCONms LF/LU Al Material fiand UNCOATED
0 of Cut 2 FLUTE
7, | #3-0-3/32 | 00200 | 00938 | 11250 | 00888 | 1180 | 600 | HSS | R 0906000590 |  NA |  NA |
I
| #0-3/32 | 00310 | 00938 | 11250 | 00930 | 1180 | 600 | HSS | R /0906000692 |  NA |  NA |
#5-0x82° SE| 00100 | 01250 | 15000 | 00786 | 1180 | 820 | Carbide | R | 906-000-410 | 906-001-571 | 906-001-569 |
: [ #5-0 | 00100 | 01250 | 12500 | 01121 | 1180 | 600 | HSS | R | 906-000-005 | 906-000-006 |  906-000-597 |
g | #5-0x82° | 00100 | 01250 | 12500 | 00786 | 1180 | 820 | HSS | R | 906-000-044 | 906-000-045 | 906-000-693 |
(o]
(3] [ #5-0 | 00100 | 01250 | 12500 | 01121 | 1180 | 600 | HSS-Co | R | 906-000-008 | 906-000-606 | 906-000-604 |
| #4-0SE | 00150 | 01250 | 15000 | 01140 | 1180 | 600 | Carbide | R | 906-000-412 | 906-001-577 | 906-001-575 |
#4-0x90° SE| 00150 | 01250 | 15000 | 00737 | 1180 | 900 | Carbide | R | 906-000-414 | 906-001-583 | 906-001-581 |
[ #4-0 | 00150 | 01250 | 12500 | 01140 | 1180 | 600 | HSS | L | 0906-000-016 | 906-000-628 | 906-000-626 |
| #4-0x90° | 00150 | 01250 | 12500 | 00737 | 1180 | 900 | HSS | R | 906-000-017 | 906-000-018 |  906-000-630 |
[ #4-0 | 00150 | 01250 | 12500 | 01140 | 1180 | 600 | T-15 | R | 906-000-014 | 906-000-620 | 906-000-618 |
#3-0x82°SE| 00200 | 01250 | 15000 | 00854 | 1180 | 820 | Carbide | R | 906-000-416 | 906-001-589 | 906-001-587 |
0 [ #30 | 00200 | 01250 | 12500 | 01159 | 1180 | 600 | HSS | R | 906-000-019 | 906-000-020 | 906-000-633 |
F
- | #3-0x82° | 00200 | 01250 | 12500 | 00854 | 1180 | 820 | HSS | R | 906-000-043 | 906-000-049 | 906-000-699 |

“#ao | om0 | oz | 200 | 0419 | 1180 | G000 | HSSCo | R | 900000022 | 900000042 | 900000060
20 | o0 | 0z0 | 500 | 04170 | 1180 | 000 | Camndo | R | 900000415 | 900001-505 | 900001-503
C20x50 | 0020 | 0120 | 1500 | 00wz | 1180 | 900 | Camnde | R | 900000-420 | 90000101 | 900001505
“i20x0 | 000 | 0120 | 60000 | 04170 | 1180 | 000 | Camndo | R | S07000-185 | 907000558 | 907000556
“#20 | oo | oz | 20 | 0a7o | teo | 000 | Hss | L | 500000030 | 500000554 | 90000000
Ciz0xs0 | 000 | 0120 | 200 | 00wz | 1180 | 900 | Hss | R | 500000033 | 500000034 | 900000560
20 | oo | oz | 200 | 0a7o | 8o | 000 | T15 | R | 900000020 | 500000556 | 900000654
“oxr | 0033 | 0z0 | 1500 | 00029 | 1180 | 620 | Camndo | R | 900000422 | 90000107 | 90000105
“oxs | 003 | 020 | 40000 | 0izoz | 1180 | 000 | Camndo | R | S0r000-67 | 90700051 | 907000550
i | ooy | oz | tzs0 | ooz | 8o | 000 | Hss | R | 500000035 | 900000035 | 90000072
“oxor | 0ova | 0z | 200 | 0009 | 1180 | 620 | Hss | R | 900000040 | 900000-041 | 900000087
i | oos | oz | 20 | ooz | 1180 | 000 | HSSCo | R | 500000038 | 900000681 | 900000575
4| oo | 0z | o0 | 0ize | 1180 | 000 | Camndo | R | 900000-42¢ | 900001013 | 906001611
#ixo0 | 00io | 0120 | 1500 | 00076 | 1180 | 900 | Camndo | R | 900000420 | 900001015 | 900001017

#1x6 0.0469 0.1250 6.0000 0.1262 118.0 60.0 Carbide R 907-000-190 907-000-671 907-000-669

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



ARCH Cutting Tools: A Distinct Culture,
The Complete Tool Making Authority®

ARCH® Cutting Tools (ARCH) has a distinct culture
within the industry, and it's reflected in the company’s
strategy and broad product portfolio.

In the tooling industry, it's not just about finding solutions;
it's about creating the right solutions for each customer,
application by application. ARCH has a robust portfolio of standard tools but also is positioned by
design to quickly deliver custom tooling solutions. Being a mid-sized domestic company, ARCH
has the ability to be nimble and responsive to unique application needs.

“We believe that having manufacturing capabilities in the U.S. presents both technical and
productivity advantages,” said Jeff Cederstrom, President — ARCH Cutting tools. “Domestically
produced custom tools have shorter lead times and avoid import-related shipping costs.”

He noted that customers demand shorter lead times, closer partnerships, top quality, and high
performance. All these demands are met by ARCH through its unique broad customer-centric
approach and its American-made advantage.

“At ARCH CT, we’ve done a great job seeking out successful organizations with a strong
entrepreneurial /technical bias,” Cederstrom added. “Bringing these unique skill sets together
within one organization means we can offer customers diverse technical capabilities, and a very
broad portfolio of both standard and custom tooling capabilities.”

ARCH Cutting Tools aims to be viewed as a highly reliable mid-size full-service tooling company.

ARCH Cutting Tools product portfolio

What is different about ARCH Cutting Tools? What makes its products different from its
competitors? It begins with a mastery of custom tools.

ARCH competes through its value creation and creativity in custom tooling. The company excels
in this space because it's small enough to field focused special requests but large enough to
deliver. They bring the necessary industry-leading experience and innovation and combine it with
the nimbleness and responsiveness that customers demand through its ARCH Specials brand.

ARCH is strong in standards too.

Its standards portfolio, offered through the KEO® and Ultra-Dex® brands, is one of the broadest
and most diverse in the industry. How is that possible? Because ARCH extends its standards
portfolio in two ways — through the design and manufacture of new high-performance tools and
through strategic acquisitions that bring new products into the ARCH portfolio.

A broad, robust portfolio is about more than the current products, as ARCH has also invested in
an experienced, industry-leading product management team to lead the advancement/evolution of
our portfolio. These professionals have the critical role of building on our capabilities and driving
the expansion of the portfolio to meet the evolving needs of ARCH customers.

The ARCH portfolio targets machinists who want to know what the company can do to advance
their aptitude and improve their productivity.

To answer that, ARCH brings an innovative, technically advanced, tailored approach to the
industry. All this combines to make ARCH Cutting Tools, The Complete Tool Making Authority®.

www.archcuttingtools.com 23



. e = =

20° HELIX Cutting Tools

@ .004"- .025" ((10MM - .64MM)

CARBIDE

I
N | - I e —

PG.49

DC UNCOATED

SIZE DC DCONms LU A LS
(mm)

2 FLUTE

o | ower | em | omo | omo | oo | om0 | 1w | swmons |
“aom | oms | aem | om | om0 | o | oo | tuo | smoos |

#72 0.0250 .64mm 0.1250 0.3400 130.0 0.7500 1.5000 925-000-037

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



P = =

Cutting Tools 20° HELIX

@ .0256"- .0571” (.65MM - 1.45MM)

CARBIDE

|
2\ L | s —DCONms

DC UNCOATED
SIZE DC DCONms LU A LS L
(mm) 2 FLUTE

oo | ome | uem | onw | omo | o | om0 | 1w | swmov |
oo | omw | mem om0 | omo | o | oo | 1w | swmove |
o | oww | men om0 | omo | o | oo | 1w | owamoow |
o0 | oo | imm | omo | omo | o | oo | 1so | swmoosw |

www.archcuttingtools.com 25



e S
Solid Drills CIRCUIT BOARD A= i

20° HELIX Cutting Tools

CARBIDE

@ .0591"- .0925" (1.50MM -2.35MM)

|
- W—- | ks — DCONms

PG.49 bc

DC UNCOATED
SIZE DC DCONms LU A LS L

(mm) 2 FLUTE

2.35mm 0.0925 2.35mm 0.1250 0.4000 130.0 0.7500 1.5000 925-000-106

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



P s = o . .
AT CIRCUIT BOARD Solid Drills

Cutting Tools 20° HELIX

CARBIDE

?.0935"- .1250"” (2.37MM - 3.18MM)

|
kS W— \ ks — DCONms

PG.49

DC UNCOATED
SIZE DC DCONms LU A LS L

(mm) 2 FLUTE

1/8" 0.1250 3.18mm 0.1250 0.4000 130.0 0.7500 1.5000 925-000-137

www.archcuttingtools.com 27



Drill & Chamfer SINGLE END ARTH

-

Mills 30° - 150° ANGLE Cutting Tools

CARBIDE

N
D(TZI L@ DCOTNms
I L i
T N7

PG.48

UNCOATED
DC DCONms DC1 LS

2 FLUTE

“omeo | omo | owm | om0 | s | w0 | swoooms | oooamoss | swoooas |
om0 | omo | owm | o | o0 | 900 | swooodw | oovamoonr | swooovars |
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ARTH SINGLE END Drill & Chamfer

r—4

Cutting Tools 30° - 150° ANGLE Mills

CARBIDE

e L ——
L

UNCOATED
DC DCONms DC1 LS

2 FLUTE

o000 | omn | oam a0 | 2wm0 | w00 | oo | sosacomy | _mwomase
o000 | omn | oam a0 | 2mo0 | o00 | moomoos | sosacoms | _amvomars

oo | ows | oom a0 | awm | w0 | moowan | sosacomo | _smwomas
oo | oo | osom om0 omon | w00 | moomoom | sosacomo | _smvomass
oo | oo | osom om0 | omor | o00 | moomoom | sosacoart | _amsomars

0.0800 0.5000 0.5000 1.5000 3.0000 120.0 909-000-065 909-000-335 909-000-242
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Drill & Chamfer SINGLE END ARTH

-

Mills 60° - 120° ANGLE Cutting Tools

CARBIDE

N
T o e —
I L ! :
Coc </

PG.48

UNCOATED
DC DCONms DC1 LS

2 FLUTE

omw oum | omo | om0 | s | o | soaoor | omaosms
omw | owm | oo | om0 | s | mo | ooawon | omaoormi

o | oom | oo | ize0 | om0 | w0 | oosamoow | omaosms
o oom | oo | im0 | 2m00 | mo | oosamoom | omoors

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



ARTH TIPPED OFF Drill & Chamfer

r—4

Cutting Tools 30° - 150° ANGLE Mills

CARBIDE

PG.48

DC DCONms DC1 LS L A UNCOATED

3 FLUTE

om0 | om0 | om0 | tzwo | a0 | 00| sosaoosz | sosaoodsi | sosaaodin
om0 | om0 | om0 | a0 | 20 |00 sooaoosts | sosaooams | sosaoodis

PG.48

DC DCONms DC1 LS L A UNCOATED

4 FLUTE

0.0800 0.5000 0.5000 1.5000 3.0000 909-000-421 909-000-393 909-000-319
0.0800 0.5000 0.5000 1.5000 3.0000 909-000-423 909-000-395 909-000-321

0.0800 0.5000 0.5000 1.5000 3.0000 | 60.0 |  909-000-425 909-000-397 909-000-323
0.0800 0.5000 0.5000 1.5000 3.0000 | 90.0 |  909-000-427 909-000-399 909-000-325
0.0800 0.5000 0.5000 1.5000 3.0000 | 120.0 |  909-000-419 909-000-391 909-000-317
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Drill & Chamfer DOUBLE END ARTIH

-

Mills 60° / 82°/90°/ 120° ANGLE Cutting Tools

CARBIDE

DC1

Xi) 8
v

—
PG.48

DC DCONms DC1 LS 60° 82° 90° 100° 120°

0.0060 0.1250 0.1250 1.0000 2.0000 909-000-119 909-000-120 909-000-121 909-000-117 909-000-118

0.0400 0.2500 0.2500 1.2500 2.5000 909-000-135 909-000-139 909-000-140 909-000-127 909-000-131
0.0600 0.3750 0.3750 1.2500 2.5000 909-000-148 909-000-149 909-000-150 909-000-146 909-000-147

DC DCONms DC1 60° 82° 90° 100° 120°

0.0250 0.1250 0.1250 1.0000 2.0000 909-000-158 909-000-159 909-000-160 909-000-156 909-000-157
0.0400 0.2500 0.2500 1.2500 2.5000 909-000-168 909-000-169 909-000-170 909-000-166 909-000-167
0.0600 0.3750 0.3750 1.2500 2.5000 909-000-178 909-000-179 909-000-180 909-000-176 909-000-177
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ARTH SINGLE END Drill & Chamfer

r—4

Cutting Tools 60° / 90° ANGLE Mills

L
2\ &LU——‘ k—Ls——
Pr=~ e < —

—DC

CARBIDE

PG.48

DC DCONms LS L LU 60° 90°

L
/}\ ——Luﬁ k—Ls——
\/—Dc

PG.48

DC DCONms LS L LU 60° 90°
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Drill & Chamfer COATED DRILL POINT MILLS DT i1

-

Mills 60° / 90° ANGLE Cutting Tools

CARBIDE

]
DCO*Nms —-— -

DC DCONms LS L LU A

I O N T X T = S
“oew | onw | o | sow | owsw | w0 | soowme | omoows |
“ows | ows | tow | zow | owsw | w0 | woowon | omoos |
s | o | s | 2w | om0 | woowan | omwovo |
s | owrs | o | aw | om0 | woomwas | owaoorz |

oo | om0 | om0 | oom | tzw | w0 | omaoon | mooors |
“omn om0 | tum | rtsom | onw | w0 | omwoon | moors |
oo | omo | tows | tom | 0w | w0 | owawom | smoooro |
I N T e T N B B T
o | omms | tom | zom | omzs | w0 | omwoom | ooz |
I Y N T B T B B T
oo | om0 | tewo | oom |tz | w0 | owwoow | oo |
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AT POINTED END

Cutting Tools 10°-120° ANGLE Engraving Tools

CARBIDE

LF
Jj T ! - Ls — DCONms

UNCOATED
DCONms LU LS L LF A
1 FLUTE
0.1250 0.0800 1.5000 0.0800 937-000-002 937-000-135
0.1250 0.0800 0.7500 1.5000 0.0800 20.0 937-000-005 937-000-138
‘ L

LF |
/\ LU | Ls —DCONms

UNCOATED
DC DCONms LU LS L LF

1 FLUTE

oo | oo oo | omo | ow oo o wwmon | s
oo | oo | owo | omo | ow om0 | wmon |t

0.1250 0.1250 0.0360 0.7500 1.5000 0.0360 120.0 937-000-003 937-000-136
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POINTED END DR

Engraving Tools 10°-120° ANGLE “Cutting Tools

CARBIDE

LF L
\K LU ‘ LS —DCONms

DCONms LU LS L LF A

0.1250 0.0800 0.7500 1.5000 0.0800 937-000-062 937-000-050

0.1250 0.0800 0.7500 1.5000 0.0800 20.0 937-000-065 937-000-053

' L
LF
/\.‘ ’* i | LS — DCONmS

DC DCONms LU LS L LF A

I R A R B B T B
R e R B B T B

0.1250 0.1250 0.0360 0.7500 1.5000 0.0360 120.0 937-000-063 937-000-051
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ARTH RADIUS END

r—4

Cutting Tools 30°/ 40° / 60° / 90° ANGLE Engraving Tools

CARBIDE

—DCONms

k LF |
LU ‘ LS
“oc G| —

UNCOATED
DC DCONms LU LS L LF R

1 FLUTE

o | om0 o | onm | isow | omo | oom oo | ovowmo | soromis | soromon |
oo | om0 ouwn | omm | isom | owo | oomo oo | owowmi | soromr | soromom |

oo | owo oo | omm | isom | oomo | 000 oo | owowms | soomeo | soromoss |
oo | om0 oo | onm | isom | oomo | 0o | oo | ooowme | soromsee | soromom |
oo | omo ome | omm | isom | oomo | oom |00 | ovowmr | soromo | soromow |
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FLAT END ARTIH

ST U 30°/ 40° / 60° / 90° ANGLE “Cutting Tools

CARBIDE

I LU N LS —DCONms
RN

—DC1

UNCOATED
DC DCONms DC1 LU LS L LF

1 FLUTE

0.0050 0.1250 0.1250 0.2240 0.7500 1.5000 0.2240 937-000-006 937-000-139 937-000-066
0.0050 0.1250 0.1250 0.1040 0.7500 1.5000 0.1040 m 937-000-028 937-000-161 937-000-088
0.0100 0.1250 0.1250 0.2150 0.7500 1.5000 0.2150 937-000-007 937-000-140 937-000-067

Covon | o |0 | owo | w0 | tsom | orom | wo owomon | wraoores | owromams |
Coven | o o | oomo | oo | tsom | oww | wo owomon | wracorss | ooromomo |
Comn | o oz | oowo | o | tsom | ot | mo owromon | sracores | ooromont |
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ARTH FLAT END

r—4

Cutting Tools 30°- 120° ANGLE Engraving Tools

CARBIDE

LF ' Ls
LU
7\ —DCONms

UNCOATED
2 FLUTE

Coms om0 | oo | oraw | tsom | oo | ov0 sweoors | oeromars | _soraooa
oo oz om0 | owo | oraw | tsom | o | on0 oweoems | oeromon | _soraoorzs

DC DCONms DC1 LU LS L LF

LF | LS
]
7\ —DCONms

Non-Ferrous Applications @

UNCOATED
2 FLUTE

0.0050 0.1250 0.1250 0.2240 0.7500 1.5000 0.2240 947-000-007 937-000-130

DC DCONms DC1 LU LS L LF

0.0050 0.1250 0.1250 0.1040 0.7500 1.5000 0.1040 m 947-000-017 937-000-132

0.0050 0.1250 0.1250 0.0350 0.7500 1.5000 0.0350 120.0 947-000-002 937-000-129
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IMPERIAL DOUBLE END DT

CARBIDE

UNCOATED
DC DCONms DC1 L R
2 FLUTE

0.0580 0.3750 0.3750 2.5000 0.1560 932-000-701 932-000-812 932-000-530
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ARTH IMPERIAL DOUBLE END

r—4

Cutting Tools RADIUS .005"- 125" Corner Rounding

CARBIDE

; =5 e
TDC

-DC1

UNCOATED
4 FLUTE

0.1070 0.3750 0.3750 2.5000 0.1250 932-000-744 932-000-855 932-000-573

DC DCONms DC1 L
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IMPERIAL DOUBLE END DR

Corner Rounding RADIUS .005"- 156" Cutting Tools

CARBIDE

- E% DCOINms

UNCOATED TiN COATED
DC DCONms DC1 L R

2 FLUTE 2 FLUTE

0.0600 0.3750 0.3750 2.5000 0.1560 932-000-369 932-000-924 932-000-624

&

UNCOATED TiN COATED
DC DCONms DC1 L R

4 FLUTE 4 FLUTE
0.2500 0.3750 0.3750 2.5000 0.0100 932-000-370 932-000-925 932-000-625

0.2500 0.3750 0.3750 2.5000 0.0200 932-000-372 932-000-927 932-000-627

0.2500 0.3750 0.3750 2.5000 0.0300 932-000-374 932-000-929 932-000-629
0.2500 0.3750 0.3750 2.5000 0.0390 932-000-376 932-000-931 932-000-631

0.2500 0.3750 0.3750 2.5000 0.0500 932-000-378 932-000-933 932-000-633
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ARTH IMPERIAL DOUBLE END

r—4

Cutting Tools RADIUS .005”- .156" Corner Roundlng

CARBIDE

—-DC1

DC DCONms DC1 L R

0.0600 0.3750 0.3750 2.5000 0.1560 932-000-453 932-000-411

DC DCONms DC1 L R

0.2500 0.3750 0.3750 2.5000 0.0100 932-000-454 932-000-412
0.2500 0.3750 0.3750 2.5000 0.0200 932-000-456 932-000-414

0.2500 0.3750 0.3750 2.5000 0.0300 932-000-458 932-000-416
0.2500 0.3750 0.3750 2.5000 0.0390 932-000-460 932-000-418

0.2500 0.3750 0.3750 2.5000 0.0500 932-000-462 932-000-420
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SMALL SOLID CARBIDE DT

Keyseat Cutters SHANK TYPE “Cutting Tools

@ .0625"-.1875"

CARBIDE

PG.50

UNCOATED
DC DCONms LS L (e90) ¢ cw

6 FLUTE
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DT i SMALL SOLID CARBIDE

r—4

Cutting Tools SHANK TYPE Keyseat Cutters

@ .125"- .375"

CARBIDE

ny H

i

Product
DC DCONms LS L CDX Cw

#
0o oz taw | o | om0 | oose | o | ovomaro
oo oz raw | o | owio | omei | o | oivomo
oo oz tas | o | omwio | oo | o | osvomer
o> oz tazs | o | oweo | oamo | o | osvomaor
o> oz tam | oo | oweo | oowo | o | osvomaoo
om0 oz tar | o | owes | oowe | o | osvomaoo
om0 oz tane | zow | ows | omse | o | ossomaso
om0 oz tase | o | oms | oo | o | osvomme
sz om0 tows | zow | oo | oamo | o | osvomass
oo om0 tam | zomw | oomo | oowo | o | osvomase
oo omo ta | o | oomo | omor | o | osvomase
om0 om0 1o | zoom | 0w | oose | o | osvoumaoo
om0 om0 1o | o | 0w | omsi | o | ooz
oo om0 1ows | zoow | omos | oo | o | ospoumaos
om0 oo 1o | zow | omwes | oo | o | osvoumate
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CARBIDE

Keyseat Cutters

46

PG.50

SMALL SOLID KEYSEAT

CUTTER SHANK TYPE

@ .125"- .375"

PG.50

DC

UNCOATED
6 FLUTE

DCONms LS L (690) ¢ cw

AARCTH
Cutting Tools

R =
) |

0.1875

0.2500 1.2674 2.0000 0.0468 0.1875 943-000-853

943-000-917

DC

UNCOATED

DCONms LS L (69) ¢ cw

8 FLUTE

0.3750

0.3750

1.2720 2.0000 0.0935 0.1250 943-000-407 943-000-993

943-001-231
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Technical
InNformation

Cutting Tools COATINGS GUIDE

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.

COATINGS GUIDE

TiN

TiCN

(TITANIUM NITRIDE)

*  General Purpose coating for
machining ferrous materials.

*  Thickness: 2 - 5 microns

. Hardness HV .05: 2,300

(TITANIUM CARBON NITRIDE)

Coating with hard, smooth finish.
Offers improved wear and built up
edge resistance.

*  Durability for interrupted cuts

*  Low to medium cutting speeds
*  Thickness: 2 - 4 microns

. Hardness HV .05: 3,000

AITiN

TiAIN NANO

(ALUMINUM TITANIUM NITRIDE)

*  High performance coating
for ferrous materials.

*  High heat resistance
and hardness

*  Bestresultsin dry
milling applications

*  Excellent at high speeds
and feeds

e Thickness: 2 — 4 microns

. Hardness HV .05: 4,500

AMORPHOUS DIAMOND

AD(AMORPHOUS DIAMOND)

*  Amorphous Diamond is a
smooth, hard, flexible, thin

(TITANIUM ALUMINUM
NITRIDE NANO)

+  Extended tool life in difficult to
machine steels and super alloys.

*  Dry or MQL machining

*  Improved chip flow due to
lubricity factor.

*  Reduced built up edge (BUE)

*  Hardness HV .05: 3,300

(CRYSTALLINE DIAMOND)

*  Crystalline Diamond grown
directly on the cutting tool

(TITANIUM ALUMINUM NITRIDE)

e High performance coating in
ferrous materials.

. Heat resistance and
medium hardness

*  Good results in dry milling
applications

*  Medium to high cutting speeds

¢ Thickness: 2 - 4 microns

. Hardness HV .05: 2,800

HARD MILL

(HARDMILL)

*  Proprietary coating blend designed
specifically for extended

. life machining hardened materials

*  Hardness HV .05: 3,300

(DIAMOND LIKE COATING)

*  Thin carbon based amorphous
coating, best for non-ferrous

film coating «  Excellent for machining graphite, materials.
*  Maintains sharper edge carbon fiber, green ceramics * Increases tool life and ensures
than CVD and non- ferrous materials where a more controlled wear

«  Excellent for machining graphite,
carbon fiber and non-ferrous
materials where machining
forms a grit rather than a chip.

¢ Thickness: .5 - 2 microns

. Hardness HV .05: 5,000

PCD

PCD (POLYCRYSTALLINE DIAMOND)

machining forms a grit rather than
a chip.

*  Up to 50x the tool life as AD

*  Thickness: 6 - 10 microns

. Hardness HV .05: 10,000

*  Non-ferrous applications

process, while being resistant
to edge build-up (BUE).
. Hardness HV .05: 2,800

*  Resists abrasion wear and dramatically extends the cutters tool life.
*  PCD end mills run faster than conventional carbide end mills and

www.archcuttingtools.com

provide better surface finish and longer tool life.
Hardness HV .05: 10,000



Technical END/CHAMFER MILL ARC =
Information SPEEDS AND FEEDS Cutting Tools

ISO MATERIAL HARDNESS Ve (SFM)* stme | WIS B L e 3 | A | Y

HSS/Cobalt Carbide

CARBON STEELS

1018, 1040, 1080, <275 BHN

0004 - | .0006 - | .0010 - | .0020 - | .0023 - | .0028 - | .0032 -
1090, 10L50, 1140, contme | 20200 | 220650 | Ton09 | 0015 | 0028 | 0030 | 0040 | .0060 | 0080
1212, 12L15, 1525, <
1536
ALLOY STEELS )
4140, 4150, 4320, S379BHN | 0190 | 180.500 | -0006 - |.0008 -| .0009 | .0010- |.0020 -| .0026 |.0030 -
5120, 5150, 8630, < 40 HRC 0012 | 0019 |-.0022 | 0027 | 0038 |-.0050 | .0065

86120, 17-4 PH
STAINLESS STEELS

(FREEMACHINING) | S279BHAN |- 1 o450 | 0004 - | .0008- | .0012 |.0016 -| .0019 | .0023 |.0026 -
303, 416, 420F, <osHRC 0019 | 0025 |-.0030 | 0035 | -.0040 | -.0050 | ".0065

430F, 440F
STAINLESS STEELS < 275 BHN

.0005 - |.0009 -|.0013-|.0015-|.0017 -| .0021 |.0025 -

HR SUPER ALLOYS

Inconel 718, Waspaloy,
paloy, | =275BHN .0003- |.0005 -| .0008 |.0012 -|.0018 -|.0020 - | .0025 -

(UL o 30-75 | 120350 | "n913 | 0017 | .0021 | .0040 | .0048 |-.0060 | .0075

304, 304L, 316, 316L <28 HRC : : : : : : :

GRAY IRONS <220 BHN

Class 20, 30, 40, 50, 60, or 60-150 | 250-700 | ‘0005 - | 0008 -1 .0012 -1 0016~ | 0022~ | 0028 | 0030 -

G3000, G3500 <19 HRC ‘ ' ‘ ’ ’ ‘ '

DUCTILE IRONS )

D&M series, 250,300, | <260BHN | 1 | .0003- |.0006 -| .0010 |.0014 -|.0020 -|.0025- | .0030 -

350, 400, 60-40-18, B i .0010 | .0019 |-.0028 | .0038 | .0048 | .0080 | .0092

65-45-12

NON-FERROUS <271 BHN

Aluminum, Aluminum o 100400 | 250.950 | 0003 - |.0006 - 0010 | 0025 - | .0028 -|.0030 - | .0050 -

cast, Brass, Copper, .0010 .0021 |-.0028 | .0040 | .0065 | .0080 | .0130

_ < 28 HRC

Bronze, Non Metallic

TOOL STEELS

A> D2 H13. L2, M2 SO90BHN | 065 | 80250 | -0003- |.0006 -| .0012 | .0015- | .0023- | .0028 | .0030 -
, D2, H13, 1.2, M2, . 0010 | .0015 |-.0021| .0030 | .0045 |-.0050 | .0065

P20, S7, T15, W2 <55 HRC

Hastelloy, Inconel 625 or 30-50 50-160

' : 0007 | 0012 |-.0018 | 0022 | 0035 | .0045 | .0060
Stellite 31, Haynes 25, <28 HRC
Rene 41
TITANIUM <275 BHN

0006 - | .0008 - | 0013 |.0015 -|.0020 -| .0025 |.0025 -

6AL-4V,ASTM1,2,3, | or 40-65 | 90-250 | 6014 | 0017 |-.0018| .0026 | 0035 |-.0060 | 0075
6AL-2S <28 HRC

* LOWER Vc AND Fz APPLY TO HEAVY/ROUGHING ENGAGEMENT *HIGHER Vc AND Fz APPLY TO LIGHT/PROFILING ENGAGEMENT

*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.

(Ae) Radial Depth of cut to Increase Feed
% of (Dc) Cutter Diameter Multiplier

118

140
2.00

1% 5.00
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ARTH '
ot ot DRILL SPEEDS AND FEEDS Technical

InNformation

1/16"- | 1/8"- | 1/4"- | 3/8"- | 1/2"- | 3/4" -
1/8" 1/4" 3/8" 1/2" 3/14" 1"

ISO MATERIAL HARDNESS Vc (SFM)* <1/16"
HSS/

Cobalt Carbide

CARBON STEELS

1018, 1040, 1
189821&2’0, ??26, o™ | 0200 | 150350 030" | %0080 | Tors | Bioo | oizo | Brav | i
1212, 12L15, 1525, <28 HRC ’ ' ‘ ’ ’ ‘ '

1536

ALLOY STEELS

4140, 4150, 4320, S3T9BHN | 0150 | 100080 | 0007 - | .0012 - | .0020 | .0040 - | .0060 -| .0070 |.0070 -
5120, 5150, 8630, B I 0030 | 0040 |-.0060 | .0080 | .0110 |-.0135 | .0155

86L20, 17-4 PH
STAINLESS STEELS .
(FREE MACHINING) £275BHN .0006 - | .0008- | .0012 |.0025 -| .0040 - | .0060 |.0080 -

303, 416, 420F, contine | B01200 | M0190 | “oo5 | 0030 |-.0060 | 0085 | 0110 |-.0140 | ".0170
M 430F, 440F
STAINLESS STEELS
(DIFFICULT) S2I5BAN | 410 | 90140 | 0004 - | 0006 - |.0009 - | .0010- | .0030- | 0040 |.0050 -
o 304 16 3161 < 28 HRG 0018 | 0020 | .0040 | .0060 | .0080 |-.0110 | .0140
GRAY IRONS <220 BHN
0006 - | .0008- | .0012 | .0025 - | .0040- | .0060 |.0080 -
e 20,30, 40.50.60. 1 Phre | 20180 | 140490 | "o025 | "0030 |-.0060 | 0085 | 0110 |-.0140 | 0190
DUCTILE IRONS
D&M series, 250,300, | S260BHN | o o0 | .0006- | .0008- | .0012 |.0025 -| .0040- | .0060 |.0080 -
350 400, 60-40-18, B 0025 | 0030 |-.0060 | .0085 | .0110 |-.0140| .0170
65-45-12
NON-FERROUS <271 BHN
Aluminum, Aluminum or 90-300 180-500 .0003 - | .0006 - | .0010 | .0025- |.0028 -|.0030 - | .0050 -
cast, Brass, Copper, <928 HRC .0010 .0021 | -.0030 | .0040 | .0065 | .0090 | .0150
Bronze, Non Metallic -
TOOL STEELS < 555 BHN
0005 - | .0010 - | .0020 - | .0040 - | .0060 - | .0080 - | .0100 -
H £2.02 113, L2, M2 cetime | 4080 | 70160 | To030 | "0040 | 0055 | -0080 | 0100 | 0120 | 0140
HR SUPER ALLOYS
Inconel 718, Waspaloy, < 275 BHN
Hastolloy, Inconel 625 o 1555 | 5010 | -0007- |.00012-| 0018 |.0025 -|.0030- | .0040 |.0050 -
Stolite 31, Haynes 26 Y ST 0020 | .0025 |-.0040 | 0060 | .0075 |-.0085| .0100
s Rene 41
TITANIUM <275 BHN
0006 - | .0008- | .0012 |.0025 - | .0040- | .0060 |.0080 -
AT ASTML 2.8 tre | 0| 70190 o025 | 0035 |-.0060 | 0085 | 0100 |-.0120| 0140

Factors affecting optimized drill speeds and feeds:

* Depth of Hole

* Machinability of Material

» Coolant delivery method

Drill depths > 4X diameter require 15%-30% reduction in suggested drill feed rates.

*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.
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Technical KEYSEAT CUTTER A<T i

Information SPEEDS AND FEEDS Cutting Tools

ISO MATERIAL HARDNESS | Ve (SFM)* SSTTA A I I R I

HSS/
Cobalt

Carbide

CARBON STEELS

1018, 1040, 1080, =275BHN .0003 - | .0003 - | .0004 - | .0005 - | .0006 - | .0009 - | .0010 -
123212‘32 1;;2 contie | 80200 | 2005001 “oo09 | “0009 | 0011 | 0012 | .0013 | 0015 | .0030
1536

ALLOY STEELS

4140, 4150, 4320, S35 BAN I 150 | 150400 | 0003 - | .0003 - |.0004 - | .0005 - | .0006 - | .0009 - | .0010 -
5120, 5150, 8630, <40 HRC .0009 .0009 .0011 | .0012 | .0013 | .0015 | .0030

86L.20, 17-4 PH
STAINLESS STEELS
(FREE MACHINING) <275 BHN .0002 - | .0003 - |.0004 - | .0005 - | .0006 - | .0009 - | .0010 -

303, 416, 420F, contire | 20100 1304001 Too09 | “0009 | 0012 | 0014 | .0016 | .0018 | .0022
M 430F, 440F

STAINLESS STEELS
oFFcLLT)
304, 304L, 316, 316L <28 HRC ' ' ' ' ' ' '
GRAY IRONS <220 BHN

0002 - | .0003 - | .0004 - | .0005 - | .0007 - | .0009 - | .0010 -
Class 20, 30, 40,50,60, |~ or - . | 60-180 1200650 | “5009 | “0010 | 0012 | 0014 | .0016 | .0018 | .0025
G3000, G3500 s
DUCTILE IRONS )
D&M series, 250,300, | <260BHN | | | .0003 - | .0003 - |.0004- | .0005- | .0006- | .0009-|.0010-
350, 400, 60-40-18, B 0009 | 0009 | 0011 | 0012 | 0013 | .0015 | .0030
65-45-12
NON-FERROUS <271 BHN
Aluminum, Aluminum or 70-300 | 200-700 .0003 - | .0003 - |.0004 - | .0005 - | .0006 - | .0009 - | .0010 -
cast, Brass, Copper, <28 HRC .0009 .0011 .0013 | .0015 | .0017 | .0020 | .0035
Bronze, Non Metallic B
TOOL STEELS < 375 BHN

0002 - | .0003 - | .0004 - | .0005 - | .0007 - | .0009 - | .0010 -

H A2, D2, H13, 1.2, M2, csstme | 200° | 802301 Tooo9 | “0009 | 0012 | L0014 | 0016 | 0018 | .0025

P20, S7, T15, W2 <
HR SUPER ALLOYS

Inconel 718, Waspaloy,
feone aspaloy, | =275 BHN 0002 - | .0003 - | .0004 - | .0005- | .0006 - | .0007 - | .0007 -

Hastelloy, Inconel 625 or 20-50 50-90
’ ’ .0005 .0007 | .0010 | .0011 | .0011 | .0011 | .0013
Stellite 31, Haynes 25, <28 HRC
S Rene 41
TITANIUM <275 BHN
.0002 - | .0003 - | .0004 - | .0005 - | .0006 - | .0007 - | .0007 -
6AL-4V,ASTM 1, 2, 3, or 30-65 | 70-160
6AL-2S <28 HRC .0007 .0009 | .0010 | .0011 | .0012 | .0012 | .0016

Keyseat Cutter Considerations:

+ Select a tool with the shortest allowable overall length to ensure the strongest tool setup possible.
» The keyseat cutter’'s neck diameter greatly affects its performance.
» Choose thickest neck allowable for the most optimized performance.

*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.
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