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Industry Standard Inserts Available in Premium WIDIA™ Grades -
WIDIA ISO Insert Additions

Now offering a simple choice for direct replacement inserts in tools commonly used in the market place.
We created universal geometries providing performance, long tool life, low cutting forces, and
high reliability to provide a winning WIDIA option.

Advanced coatings for a
broad range of application
possibilities.

High-quality, high-value
PSTS inserts.

Wiper facets for optimal
surface finish.

Wide selection of corner radii

(90° shoulder inserts). Edge geometry designed for free

machining and resistance to chipping.
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90° Shoulder
Mills

Face Mills
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APPT1003..
Max depth of cut: 9mm

Lead angle: 90°
Indexes per insert: 2

Pages: 4-6

APPT1604..
Max depth of cut: 15mm

Lead angle: 90°
Indexes per insert: 2

Pages: 4-6

ADPT1505..
Max depth of cut: 14mm

Lead angle: 90°
Indexes per insert: 2

Pages: 4-6

SEPT13T3..
Max depth of cut: 6mm

Lead angle: 45°
Indexes per insert: 4

Pages: 4-6

Insert Geometry

Recommended Use

@ SRMM

Insert Geometry

First choice for general machining in
steel and cast iron materials.

Best option for general-purpose use.

Recommended Use

First choice for general machining in

Insert Geometry

ERMM | steel and cast iron materials.
Best option for general-purpose use.
SRMM First choice for general machining in

stainless steel and low carbon steels.

Recommended Use

ERMM

Insert Geometry

First choice for general machining.
Best option for general-purpose use.

Recommended Use

First choice for general machining.
Best option for general-purpose use.




Additional Inserts -
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APPT/ADPT/SEPT Inserts
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a Additional Inserts e A...Style
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APPT10../APPT1604../ADPT1505.. Cutting Data ® Metric

TN6520 \ TN6525 \ TN6540 \ TN7535
GeE(rI#:try feed per tooth fz (mm)
..ERMM 0,10 0,20 0,30 0,80 0,14 0,20 0,09 0,18 0,25
..SRMM 0,13 0,25 0,36 0,10 0,20 0,25 0,11 0,25 0,36 0,10 0,23 0,33
M(?:Jipal vc (m/min)
1 — — — 300 230 190 250 200 170 280 220 190
2 — — — 230 180 150 170 140 120 190 150 130
3 — — — 190 140 130 140 110 100 160 120 110
4 — — — 200 150 140 150 120 100 165 130 110
® — — — 170 120 110 130 90 80 140 100 90
6 — — — 220 170 140 170 130 100 190 140 120
7 — — — 170 140 110 130 100 80 140 110 90
8 — — — 140 110 100 110 80 70 120 90 80
9 — — — 140 100 80 100 70 60 110 80 70
10 — - — 170 140 120 130 100 90 140 110 100
11 — — — 110 90 60 80 60 50 90 70 60
12 — — — 220 160 140 160 120 100 180 140 120
13.1 — — — 190 140 110 140 100 80 155 110 90
13.2 — — — 100 70 50 70 50 40 80 60 50
141 — — — 190 120 80 140 90 60 160 100 70
14.2 — — — 150 100 60 120 70 50 130 80 60
M 14.3 — — — 120 80 50 90 50 45 100 60 50
14.4 — — — 100 60 45 80 45 35 90 50 40
15 290 210 170 — — — — — — — — —
16 220 160 140 — — — — — — — — —
17 240 180 150 230 180 150 170 140 120 220 170 150
18 180 110 80 190 140 130 140 110 100 170 100 70
19 240 140 120 — — — — — — — — —
20 190 120 90 — — — — — — — — —
21 — — — — — — — — — — — —
22 — — — — — — — — — — — —
23 — — — — — — — — — — — —
24 — — — — — — — — — — — —
25 — — — — — — — — — — — —
26 — —_ — — - — — — — — - —
27 — — — = — = = — = = — =
28 — — — — — — — - — — - —
29 — — — — — — — — — — — —
30 — — — — - — — — — — —_ —
31 — — — — — — 50 40 35 — — —
32 — — — — — — 40 30 25 — — —
33 — — — — — — 25 15 10 — — —
34 — — — — — — 20 15 5 — - —
35 — — — — — — 35 25 15 — — —
36 — — — — — — 70 40 30 — — —
37 — — — — — — 60 30 25 — — —
38.1 — — — — — — — — — — — —
38.2 — — — — — — — — — — — —
39.1 — — — — — — — — — — — —
39.2 — — — — — — — — — — — —
First choice starting feed (fz) is in bold type. =
Use corresponding speed (vc). -~ N

fz and vc are valid for ae =0,4 D1.
For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1= 0,02 0,05 0,1 0,2 0,4
fz-Factor 3,5 3 2 1,5 1,0
vc-Factor 1,6 1,5 1,4 1,3 11
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Additional Inserts e S...Style

SEPT13T3.. Cutting Data e Metric

WIDIAY

TN6520 TN6525 TN6540
eeﬁ‘ﬂ?ftry feed per tooth fz (mm)
.ENMM 0,15 0,28 0,46 0,10 0,20 0,30 0,15 0,25 0,36
Mg:&?' ve (m/min)
1 — — — 350 270 230 290 220 190
2 — — — 240 180 160 200 150 130
3 — — — 200 150 130 170 130 110
4 —_ _ —_ 210 160 130 170 130 110
5 — — — 170 130 110 140 100 90
6 — - — 228 170 140 190 140 120
7 — —_ — 170 130 120 140 110 100
8 — — — 150 120 100 130 100 80
9 — — — 130 100 80 110 80 60
10 — _ — 170 140 130 140 120 100
1 — — — 120 90 70 100 70 60
12 — — — 220 170 140 180 140 120
13.1 — — — 190 140 120 160 120 100
13.2 — - — 96 70 60 80 60 50
141 - - —_ 190 120 90 160 100 70
14.2 — — — 150 90 70 130 80 60
14.3 — — — 120 70 50 100 60 40
14.4 — — — 100 60 40 80 50 40
15 380 280 200 — — — — — —
16 300 220 170 — _ — — —_ —
17 340 220 170 240 180 160 200 150 130
18 220 160 120 200 150 130 170 130 110
19 270 210 160 — — — — — —
20 220 170 130 — — — — — —
21 — — — — — — — — —
22 — - — — - — — - —
23 — — — — — — — — —
24 — - — — —_ — — — —
25 — — — — — — — — —
26 — — — — - — — — —
27 — = = = = = = = —
28 — — — — — — — — —
29 — — - — — — — - —
30 — - — — - — — - —
31 = — = = — = 60 50 45
32 — — — — — — 50 40 35
33 — — — — — — 35 25 20
34 — - — — — — 30 20 15
35 — — — — — — 30 20 15
36 — - — — - — 80 50 40
37 — — — — — — 70 45 35
38.1 — — — — — — — — —
38.2 — — — — — — — — —
39.1 - —_ —_ —_ —_ —_ —_ —_ —
39.2 - —_ —_ —_ —_ —_ —_ —_ -
First choice starting feed (fz) is in bold type.
Use corresponding speed (vc). N
fz and vc are valid for ae 20,4 D1. D1
hm=fz 88 . sin Xr

For smaller ae, fz and vc should be multiplied by the factor given below:

ae/D1 = 0,1 0,2 0,3 0,4
fz-Factor 2,0 1,5 1,3 1,0
vc-Factor 1,4 1,3 1,2 1,1
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