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NEW HIGH FEED MILLING LINE



NEW HIGH FEED MILLING INSERT

LT 3000

LT 3130

The LT 910 range of milling cutters are designed for outstanding performance, maximizing chip
removal rates and delivering the best utilization of a wide range of machines, by using the High Feed
milling process.

The two geometries sharp XPKT and reinforced XPKW, available in our grades MultiMat™
LT 3000 MAGIA and LT 3130 MAGIA PRO are able to deliver high performance on all kind of Steels,
Stainless Steels, Cast Irons, Aluminum, Super Alloys and Hardened Materials.

Suitable for many kinds of operations such as plunge milling, face milling, side milling, ramping,

pocketing, slotting and helical interpolation.

ADVANTAGES

. YFO Positive radial rake angle and helical design for reduced cutting forces

« Increased height (+S) for higher chip loading

» Depth of Cut (+DOC) up to 0.7mm

« High teeth density, even in the smallest cutter diameter 10mm / Z=2 (High productivity)

APPLICATION GUIDE

Helical Interpolation Plunging Pocket Milling Ramping Down
Shoulder Milling Slotting Surfacing
MACHINING RECOMMENDATIONS
/‘ F = b2.3,4 No Stainless Steel
. 10, 12 Yes f V
f Productivity Coolant 5,9 Yes c

XPKT

PRODUCT RANGE

MAGIA PRO
RADIUS | CUTTING | CUTTER | MATERIAL RECOM-
DESIGNATION GRADE (mm) EDGES LINE MENDATION CATALOG #
XPKT 0602-HF LT 3130 | 1.20 2 Lroto |l MO0005548
MAGIA
RADIUS | CUTTING | CUTTER | MATERIAL RECOM-
DESIGNATION GRADE (mm) EDGES LINE MENDATION CATALOG #
XPKT 0602-HF LT 3000 | 1.20 2 Ltroto [ HE M | M0005549

For materials with hardness up to 320HB and to avoid vibration (e.g. Long Overhangs)

XPKW

SHARP CUTTING
EDGE

REINFORCED CUTTING

MAGIA PRO EDGE
RADIUS | CUTTING | CUTTER | MATERIAL RECOM-
DESIGNATION GRADE (mm) EDGES LINE MENDATION CATALOG #
XPKW 0602-HF LT 3130 | 1.20* 2 Lroto | MO0005544
MAGIA
DESIGNATION GRADE Rﬁﬂgs Cégg:z'f CL:E:R MAT,JIEER,'Q?E%OM' CATALOG #
XPKW 0602-HF LT 3000 | 1.20 2 troto |1 W MO0005545
For materials hardness higher than 320HB.
DESIGNATION D D1 d L L1 Ap V4 a° CATALOG #
o LT 910 C-W-D010/2 10 47 10 72 16 0.7 2 1.25 M2005574
§ LT 910 C-W-D012/3 12 6.7 12 80 26 0.7 3 250 M2005573
« LT 910 CL-W-D012/3 12 6.7 10 120 135 07 3 250 M2005568
©
L LT 910 C-W-D016/4 16 10.7 16 90 32 07 4 2,00 M2005572
g LT 910 CL-W-D016/3 16 107 14 160 135 0.7 3 2,00 M2005583
6' LT 910 C-W-D020/5 20 147 20 100 40 0.7 9 1.25 M2005571
E LT 910 CL-W-D020/4 20 147 18 200 135 0.7 4 125 M2005581
E LT 910 C-W-D025/7 25 19.7 20 120 40 07 4 090 M2005570
LT 910 CL-W-D025/6 25 197 20 220 15 0.7 4 090 M2005580
DESIGNATION D D1 d L1 Ap z a° CATALOG #
LT 910 S-W-D10/2 10 47 M6 19 0.7 2 1.25 M2005578
g LT 910 S-W-D12/3 12 6.7 M6 19 07 3 2.50 M2003088
g’ LT 910 S-W-D16/4 16 107 M8 22 0.7 4 2.00 M2005577
r‘;) LT 910 S-W-D20/5 20 14.7 M10 25 0.7 5 1.25 M2005576
g LT 910 S-W-D25/7 25 19.7 M12 25 0.7 7 0.90 M2005559
@ LT 910 S-W-D32/8 32 26.7 M16 30 0.7 8 0.70  M2005558



Austenitic

M Duplex

Ferritic &
Martensitic

Steel

Chilled Cast Iron
White Cast Iron

D.O 0 0 D D 0
T d & ; 0 0.4 0 0.6 0 0 0.4 0 0.6 0 g gg d
125 HB 250
€35, Ck45, 1020,
1| 4045, 1060, 28Mns 10 HB 220 155 | 1.09 | 100 | 054 | 046 | 216 | 153 | 140 | 076 | 065 | 0.07 |XPKT0602-HF LT 3130
250 HB 200
£26rMod, 180 HB 200
230 HB 180
2 St50, Ck60, 132 | 093 | 085 | 046 | 039 | 1.84 | 130 | 119 | 064 | 055 | 006 |XPKT0602-HF LT 3130
4140, 4340, 280 HB 150
100crs 350 HB 140 XPKW 0602-HF LT 3130
220 HB 130
X40CrMoV5, | 2804 | 120
3 H13, M42, D3, 111 | 079 | 072 | 039 | 033 | 156 | 110 | 1.01 | 055 | 047 | 0.05 |XPKW 0602-HF LT 3130
s6.52 12nitg | S20HB | 100
350 HB 80
304, 316, 180 HB 220
4 oy 071 | 050 | 046 | 025 | 021 | 099 | 070 | 064 | 035 | 030 | 0.06 |XPKT0602-HF LT 3000
X5CrNi18-9 240 HB 190
iN23- 290 HB 100
5 X2CrNiN23-4, XPKT 0602-HF LT 3000
§31500 310 HB 90
051 | 036 | 033 | 048 | 015 | 071 | 050 | 046 | 025 | 0.1 0.05
6 410, X6Cr17, 200 HB 190 XPKT 0602-HF LT 3130
17-4PH, 430 42 HRe 130 XPKW 0602-HF LT 3130
GG20,GG4o, | 1S0HB | 200
7 EN-GJL-250, 200 HB 180 155 | 1.09 | 100 | 054 | 046 | 216 | 153 | 140 | 076 | 065 | 0.07 |XPKW 0602-HF LT 3000
N0308 250 HB 160
GGG40 150 HB 180
g 132 | 094 | 086 | 046 | 040 | 185 | 131 | 120 | 065 | 056 | 0.06 |XPKW 0602-HF LT 3000
8 GGG70, 200 HB 150
50005 250 HB 130 121 | 086 | 079 | 043 | 036 | 170 | 120 | 140 | 060 | 051 | 0.06 |XPKW 0602-HF LT 3000
Incoloy 800 240 HB 32
9 Inconel 700 250 HB 30 036 | 025 | 0.23 - - 050 | 035 | 0.32 - 0.05 | XPKT 0602-HF LT 3000
Stellite 21 350 HB 30
TiAI6V4 55
10 029 | 020 | 0418 040 | 028 | 0.26 - 0.05 | XPKT 0602-HF LT 3000
T40 40
X100 CrMo13, | 45HRe 60 071 | 050 | 046 - - 099 | 070 | 0.64 - 0.04 |XPKW 0602-HF LT 3000
440C, 50 HRc 55 043 - - - - 0.60 - - - 0.04 |XPKW 0602-HF LT 3000
" G-X260NiCr42 | 55 HRe 50
Ni-Hard 2 400 HB 50 0.36 - - - - 0.50 - - - 0.04 |XPKW 0602-HF LT 3000
G-X300CrMo15 | 55HRc 40
12 AlSi12 130 HB 280 077 | 055 | 050 | 027 | 023 | 1.08 | 076 | 070 | 038 | 032 | 0.08 |XPKT0602-HF LT 3000
All cutting parameters are start values and they are valid for stable conditions and Short Overhang (Up to 2xD).
For Long Overhangs (more than 2xD), they must be adjusted according to the application.
During Ramping Down, reduce feed/tooth = 50%.
For slotting reduce feed/tooth = 25% - 50%.
S S re 1T S [

Short Overhang
Up to 2xD

|

Long Overhang
More than 2xD

—

HOW TO ASSEMBLE LT 910 CUTTERS
TO AVOID PREMATURE BREAKAGE

When using the cutter for the first time, the following start procedure should be followed:

1. Start the milling operation and stop it after 10-20 seconds of machining
Tighten the screw again using the pre-set torque screw driver (0.4Nm)

Re-start the milling operation

M oD

This procedure will guarantee a precise and real torque force on the screw.

This procedure needs to be done only the first time you use a new LT 910 milling cutter.
After this, your cutter should work without issue even after loading new inserts or starting and restarting the machining process.

SPARE PARTS CATALOG #
Due to the small size of these inserts, it is vital that you only use
a pre-set torque wrench (0.4Nm) at all times for assembly and adjustment. Screw M2001640
Screwdriver M2002922
Preset Adapter
0.4NM M2002923
Torx Plus Bit M2003064
It is also recommended that when mounting, the insert should be held in place
with your finger
—_—

Keep the insert positioned
with the finger,
when tightening the screw.
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