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World Class Cutting Tools

icl Carbide High B

The current market trend is towards the increasing use of aluminium substrate in the manufacture of die cut and moulds. Aluminium
substrate offers many advantages, such as excellent machinability and good thermal conductivity, as well as being light in weight, |
with a high strength-to-weight ratio.
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Solid Carbide 2
Due to the relative softness of aluminium, specific characteristics and geometries in solid carbide end mills are required for efficient Flute End Mill
machining of this ductile material. |
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Somta's high efficiency carbide end mill range with optimal flute geometry provides all the required features for high performance

machining of aluminium,with the added benefits of greater stock removal rates at high speeds and feeds, excellent surface finish |
quality and extended tool life.
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The range allows for roughing and finishing applications in aluminium and other non-ferrous materials and competes favourably
with current global state-of-the-art solid carbide cutting tool designs. |
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Somta has integrated a state of the art Walter Helicheck
Basic 3 into its quality check management process.

The Walter Helicheck is a 4-axis CNC measuring
machine for non-contact complete measurement
of rotationally symmetrical precision tools with
complex geometry.
SOMTAYE S it B4 EE FL/R ¥
HELICHECK Basic3;l £#15 F
TREVNETEE. $3/LAEE
REFANEE W IRENEE TR
HATIERE AR E .

| 02U

02S |

Solid Carbide 3 Flute
Toroidal End Mill with Neck
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Code
%5s
02A0200
02A0100
02A0300
02A0400
02A0500
02A0600
02A0800
02A1000
02A1200
02A1600
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Features 43&:

Solid Carbide 3 Flute
Ball Nose End Mill |
HERERA TR T] 31

Designed with an unequal flute spiral design for chatter-free performance.
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Features 4§ £ : |
Designed with an unequal flute spiral design for chatter-free performance. 3 28
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4 38
d di l2 I4 Code g 22
o :
%S | 5 48
3 3 12 38 0250300 6 58
4 4 15 51 0250400 6 58
5 5 20 64 0250500 | 6 58
6 6 20 64 0250600 8 77
8 8 20 64 0250800 77
10 10 25 70 0251000 97
12 12 2 7 0251200 | 97
d \/ 16 16 35 89 0251600 116
| 1.6
155
15.5

LID CARBIDE END MILLS FOR ALUMINIUM |
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4.5
45
6
6
75

l4 r
55 0.2
55 05
55 02
55 05
58 0.2
58 05
63 0.2
63 05
63 1
76 05
76 1
89 05
89 1
100 05
100 1
110 1
110 2

Code
]
02U0300
02U0301
02U0400
02U0401
02U0500
02U0501
02U0600
02U0601
02U0602
02U0800
02U0801
02U1000
02U1001
02U1200
02U1201
02U1600
02U1601
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Solid Carbide 3 FIut’e Roughing End Mill
BURERE M T %3
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d di Iz I4 Code
%5
6 6 1 57 03C0600
8 8 1E 63 03C0800 |1
10 10 2 72 031000
12 12 83 03C1200 02R
16 16 92 03C1600 ) .
20 20 % 104 03C2000 Solid Carbide 3 Flute
End Mill
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d di I l4 Code
%
| 2 6 3 50 02R0200
3 6 6 50 02R0300
4 6 8 57 02R0400
| 5 6 11 57 02R0500
6 6 13 57 02R0600
8 8 13 57 02R0800
Parameters based on ideal conditions. 10 10 1 63 02R1000
. .. 12 12 22 75 02R1200
For improved surface finish, reduce feed per tooth. 16 16 2% 83 02R1600
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END MILL RANGES FEEDS AND SPEEDS /
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Recommended feed in mm per tooth for Carbide End Mills

| Tansile gec;arnm;nde: based on 1.0 x D cutting depth with 0.5 x D cutting width.
Material Type Hardness Strength ugace igee For slotting up to 1.0 x D, reduce by 30% End Mill Diameter in mm
e W e SBRA R UHTRRAR (EKR/E), £T1. 0 x DYLRAO. 5 x DYIFR T FHEL. 0 x D, Hb30%
e ] R N ) ¢
| (HB) (N/mm2) AHETIER (mm)

max 1 2 3 4 5 6 8 10 12 16
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min

02A Solid Carbide 2 Flute End Mill REGULAR LENGTH, UNCOATED 02A EE{AFERE & Bt ] —28E —sma—xs 2

Aluminium wrought alloys %5 & &
Aluminium cast alloys > 5% Si <10% Si
5% i < HEREE < 10%fE

<100
<120

<350
<400

500
500

2000
1500

0.014
0.012

0.018
0.016

0.027
0.024

0.036
0.032

0.045
0.041

0.054
0.049

0.072
0.065

0.090
0.081

0.108
0.097

0.144 -
0.130 -

Aluminium wrought alloys &8 & &
Aluminium cast alloys > 5% Si <10% Si |
5% Bt < HFiEREE < 10%H

<100
<120

<350
<400

500
500

2000 B B B B B
1500 . . . . .

0.066
0.059

0.088
0.079

0.110
0.099

0.132
0.119

0.176
0.158

0.220
0.198

Aluminium wrought alloys %5 & &
Aluminium cast alloys > 5% Si <10% Si |
5% i < HiEREE < 10%fE

<100
<120

<350
<400

500
500

2000 -
1500 =

0.018
0.016

0.027
0.024

0.036
0.032

0.045
0.041

0.054
0.049

0.072
0.065

0.090
0.081

0.108
0.097

0.144 -
0.130 =

Aluminium wrought alloys %5 & &
Aluminium cast alloys > 5% Si <10% Si
5% B < HFiEREE < 10%H#

<100 <350

<400

500
500

2000 - -
1500 = =

0.032
0.027

0.041
0.036

0.049
0.045

0.060
0.054

0.080
0.072

0.100
0.090

0.120
0.108

0.160 -
0.144 -

| <120

Aluminium wrought alloys $48 & 4
Aluminium cast alloys > 5% Si <10% Si
5% it < HEREE < 10%H

<100
<120

<350
<400

500
500

2000 - -
1500 - -

0.032
0.027

0.041
0.036

0.049
0.045

0.060
0.054

0.080
0.072

0.100
0.090

0.120
0.108

0.160 -
0.144 -



ic] Carbicde High Performance

STEREEFERE ]

The current market trend is towards the increasing use of aluminium substrate in the manufacture of die cut and moulds. Aluminium d1 |

substrate offers many advantages, such as excellent machinability and good thermal conductivity, as well as being light in weight, |
03C

with a high strength-to-weight ratio.
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Solid Carbide 3 FIulL Roughing End Mill
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Solid Carbide 2
Flute End Mill
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Due to the relative softness of aluminium, specific characteristics and geometries in solid carbide end mills are required for efficient
machining of this ductile material. |
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d di ‘z l4 Code

d di l2 l1 Code
Somta's high efficiency carbide end mill range with optimal flute geometry provides all the required features for high performance ) %S
machining of aluminium,with the added benefits of greater stock removal rates at high speeds and feeds, excellent surface finish | ; g g gg ggﬁgfgg S g ]ﬁ g; ggggggg
quality and extended tool life. | 3 6 8 57 02A0300 | 10 10 22 72 03C1000
s . a - ” P 1 4 6 11 57 02A0400 1 12 12 83 03C1200 02R

SOMTAE M BEIE R A &M LTI R Y= M BT XM RN, RREMEE AR RSRTIIAENE | 5 6 13 57 02A0500 16 16 % 92 03C1600 Soiid Carbide 3 Flute

e = - o 03C2000
A BESHATEANARNEE, SUNEENLSANEKNIASES. A T v " End Mi
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The range allows for roughing and finishing applications in aluminium and other non-ferrous materials and competes favourably 1 1 P, pos 02A1600 REGULAR LENGTH, UNCOATED — & #iBI—Je 34 /2

with current global state-of-the-art solid carbide cutting tool designs. |

ZRSIATENL G SR LEMIAENT, E2REFERASTIAMEREESHS. d1 d bk b Code
| | 2 6 3 50 02R0200

3 6 6 50 02R0300

d1 4 6 8 57 02R0400

Somta has integrated a state of the art Walter Helicheck | | 5 6 11 57 02R0500
Basic 3 into its quality check management process. g g 12 g; ggggggg
The Walter Helicheck is a 4-axis CNC measuring | Parameters based on ideal conditions. 12 12 ;g (752 ggg}ggg
machine for non-contact complete measurement For improved surface finish, reduce feed per tooth. 16 16 2 83 02R1600
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of rotationally symmetrical precision tools with
complex geometry.
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HELICHECK Basic3:l =415 F
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d\/ END MILL RANGES FEEDS AND SPEEDS S BT RS SR A ER

Recommended feed in mm per tooth for Carbide End Mills

| 02U | ara Tanaliel sacrestensed based on 1.0 x D cutting depth with 0.5 x D cutting width.
s o Fin B e 2R N . s ardness \ For slotting up to 1.0 x D, reduce by 30% End Mill Diameter in mm
#:E_?ﬁﬂﬁﬁﬁ?fzi*%ﬁlﬂ Solid Carbide 3 Flute gl BE o st SHMBRASIGTEEHAAR (BR/E), EF1.0x DEFRFO. 5 x DYIEH TFMEL. 0 x D, B30k
HITIFEMXNE. | Toroidal End Mill with Neck | HB) (Njmm?) (m/min) SYETER (mm)
ERERE ST I T34 min  max 1 2 3 4 5 6 8 10 12 16 20
REGULAR LENGTH, UNCOATED —& —TiRE . . . e
gZﬁj o 3 | e AR RAE 02A Solid Carbide 2 Flute End Mill REGULAR LENGTH, UNCOATED 02A EE{KRFE[RE & Sk T]—2E —smm—xsr
BZI: NO:; IIE:d Mi”“ € Designed with an unequal ite spiral design fo chatter-ee performence. Aluminium wrought alloys $&48 &4 <100 <350 500 2000 0.014 0018 0027 0036 0045 0054 0072 0090 0108  0.144 -
TR 2 175 TR e ini i i
B A ST 5] — 3 | ’ TR RIS 2&’“‘2;@“%‘%%;;" <S' :g%’ﬁs' <120 <400 500 1500 0012 0016 0024 0032 0041 0049 0065  0.081 0097  0.130 -
REGULAR LENGTH, UNCOATED —E M &I — T 2 d d d 1 I 1
Features 5. : | ' ’ ) ’ ' ' C;:;g
Designed with an unequal ute sira design for chater-free performance. 3 3 28 12 45 55 02 0200300 Aluminium wrought alloys 55 & & <100 <350 500 2000 - - - - - 0.066 0.088 0.110 0.132 0.176 0.220
I BOSRHERE R VHE 2 48 TCER I AR | 3 3 28 12 45 55 05 0200301 Aluminium cast alloys > 5% Si <10% Si | <120 <400 500 1500 0.050 0.079 0.099 0.119 0.158 0198
A . 53 i < ERES < 0 B A R B B e N e
d di I I4 Code 5 -
e | 5 5 48 15 75 58 0.2 0200500
7 5 5 48 15 75 58 0.5 0200501
; ; I » e 6 6 58 18 9 63 02 0200600 Aluminium wrought alloys 4858 &4 <100 <350 500 2000 - 0018 0027 003 0045 0054 0072 0090 0108  0.144 -
6 6 58 18 9 8 05  02u0601 Aluminium cast alloys > 5% Si <10% Si
5 5 20 64 0250500 - -
: : ® FoR e | R T R B 5% T < Sas < 105 | <120 <400 500 1500 0016 0024 0032 0041 0049 0085 0081 0097  0.130
12 13 ;g % g;g?ggg 8 8 77 24 12 716 1 0200801
10 10 9.7 30 15 89 05 02U1000
I I 2 [l l 0 10 97 3 15 8 1 0200 Aluminium wrought alloys $t48 & 4 <100 <350 500 2000 - - 0032 0041 0049 0060 0080 0100  0.420  0.160 -
d 2 1 18 % W w1 Tl B Ly i ol <120 <400 500 1500 - : 0027 003 0045 0054 0072 0090 0108  0.144 -
| 6 16 155 48 24 10 1 02U1600 5% i < HERAE < 10%H | i ' ' ' ' ' ' '
16 16 15.5 48 24 110 2 02U1601

World Class Cutting Tools

ILLS FOR ALUMINIUM |

Aluminium wrought alloys 58 & & <100 <350 500 2000 - - 0.032 0.041 0.049 0.060 0.080 0.100 0.120 0.160 -

Aluminium cast alloys > 5% Si <10% Si

| 59 B < SEESEAL < 10%FE | <120 <400 500 1500 = = 0.027 0.036 0.045 0.054 0.072 0.090 0.108 0.144 -




