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RE P M K N S H PSIRR PSIRL
vc f vc f vc f vc f vc f vc f

[mm] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [°] [°]

LFMX 3.1-.20TNF2 6640 0.2 150 0.10 90 0.09 140 0.10 – – – – – – – –

T8330 0.2 130 0.10 75 0.09 120 0.10 – – – – – – – –

LFMX 4.1-.20TNF2 T8330 0.2 130 0.12 75 0.11 120 0.12 – – – – – – – –

CW CWTOLL CWTOLU BW

[mm] [mm] [mm] [mm]

2.0 2.00 -0.03 0.03 1.60
2.2 2.20 -0.03 0.03 1.60
3.1 3.10 -0.04 0.04 2.60
4.1 4.10 -0.04 0.04 3.60
5.1 5.10 -0.04 0.04 4.60

6.35 6.35 -0.04 0.04 5.80

RE P M K N S H PSIRR PSIRL
vc f vc f vc f vc f vc f vc f

[mm] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [m/min] [mm/rev] [°] [°]

LFMX 2.0-.16SNM2 6640 0.2 150 0.11 90 0.10 140 0.11 – – – – – – – –

T8330 0.2 130 0.11 75 0.10 120 0.11 – – – – – – – –

LFMX 2.2-.16SNM2 6640 0.2 150 0.11 90 0.10 140 0.11 – – – – – – – –

T8330 0.2 130 0.11 75 0.10 120 0.11 – – – – – – – –

LFMX 3.1-.20SNM2 6640 0.2 150 0.15 90 0.14 140 0.15 – – – – – – – –

T8330 0.2 130 0.15 75 0.14 120 0.15 – – – – – – – –

LFMX 4.1-.20SNM2 6640 0.2 150 0.15 90 0.14 140 0.15 – – – – – – – –

T8330 0.2 130 0.15 75 0.14 120 0.15 – – – – – – – –

LFMX 5.1-.20SNM2 6640 0.2 150 0.20 90 0.18 140 0.20 – – – – – – – –

T8330 0.2 130 0.20 75 0.18 120 0.20 – – – – – – – –

LFMX 6.35-.20SNM2 6640 0.2 150 0.20 90 0.18 140 0.20 – – – – – – – –

T8330 0.2 130 0.20 75 0.18 120 0.20 – – – – – – – –

LFMX 2.0-.16SR12M2 T8330 0.2 130 0.09 75 0.08 120 0.09 – – – – – – 12 –

LFMX 2.0-.16SR6M2 T8330 0.2 130 0.09 75 0.08 120 0.09 – – – – – – 6 –

LFMX 3.1-.20SR8M2 T8330 0.2 130 0.11 75 0.10 120 0.11 – – – – – – 8 –

LFMX 4.1-.20SR8M2 T8330 0.2 130 0.15 75 0.14 120 0.15 – – – – – – 8 –

LFMX 2.0-.16SL12M2 T8330 0.2 130 0.09 75 0.08 120 0.09 – – – – – – – 12

LFMX 2.0-.16SL6M2 T8330 0.2 130 0.09 75 0.08 120 0.09 – – – – – – – 6

Product

Suitability and starting values for cutting speed (vc) and feed (f). Refer to our Machining Calculator app for further calculations.

TN-F2 geometry for parting-off and grooving, and continuous cuts.

Product

Suitability and starting values for cutting speed (vc) and feed (f). Refer to our Machining Calculator app for further calculations.

SN-M2 geometry for parting-off and grooving, and continuous to slightly interrupted cuts.

SR-M2 geometry, with right-handed design, for parting-off, and continuous to slightly interrupted cuts.

M2-SL geometry, with left-handed design, for parting-off, and continuous to slightly interrupted cuts.
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LFMX 2.0-.16SNM2

T8330 0.2 130 0.11 75 0.10 120 0.11 – – – – – – – –

LFMX 3.1-.20SNM2

T8330 0.2 130 0.15 75 0.14 120 0.15 – – – – – – – –

LFMX 4.1-.20SNM2

T8330 0.2 130 0.15 75 0.14 120 0.15 – – – – – – – –


