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Stellram® 7792 High-Feed Series

The 7792 cutter series has been designed for high-feed milling applications
with superior surface generation. 7792VX cutters are designed for a wide range
of applications, including facing, pocketing, ramping, helical interpolation, and

plunging. They are capable of machining all materials, such as steel, stainless
steel, cast iron, and high-temperature alloys. These tools are also suitable for

machining aluminium alloys.

Features and Benefits

e The 7792VX high-feed cutters are the best
solution when specifically focusing on reducing
cycle times or removing the maximum volume
of material in the shortest time.

¢ New ultra-fine pitch cutters further increase the

material removal rates, especially on high-temp alloys.

¢ The unique design and insert positioning of the
high-feed cutter help to achieve up to 5x higher
feed rates than other cutters on the market.

¢ When used in long (extended) toolholders, the
7792VX cutters absorb vibrations and greatly
reduce instability and tool deflection.

¢ Integrated wiper facet for improved surface finish:
16 Ra (1,6p) when used at <0,5 mm/z.

7792VXP06:
Maximum ap = 0,90mm
Diameter Range = 16-35mm

7792VXD09:
Maximum ap = 1,50mm
Diameter Range = 25-66mm

7792VXD12:
Maximum ap = 2,50mm
Diameter Range = 32-160mm

7792VXE16:
Maximum ap = 3,50mm
Diameter Range = 40-160mm

NOTE: Larger diameter shell mill fixation cutters
with interchangeable cartridges are available.

KKKENNAMETAE kennametal.com



7792VXP06

KZKENNAMETAE High-Feed Milling Cutters
¢ Ultra-fine pitch cutters available to

increase material removal rates, Q

especially on high-temp alloys.
¢ Positive design to support Lo

lower cutting forces and long

overhang usage. erM

e Ramping and plunge
milling capabilities. D1 max

.
-

7792VXP06 Modular Head ® Screw-On

order number catalogue number D1 max L2 G3X DPM Ap1 max ZU
5681105 7792VXP06SA016Z2R25 16 25 M8 8,50 0,90 2
5665820 7792VXP06SA020Z2R35 20 35 M10 10,50 0,90 2
5681122 7792VXP06SA020Z3R35 20 35 M10 10,50 0,90 3
5665964 7792VXP06SA025Z3R35 25 35 M12 12,50 0,90 3
5667023 7792VXP06SA025Z4R35 25 35 M12 12,50 0,90 4
5660062 7792VXP06SA032Z5R43 32 43 M16 17,00 0,90 5
@ 6024320 7792VXP06SA035Z6R43 35 43 M16 17,00 0,90 6
Spare Parts C%
insert Torx
catalogue number screw Nm driver
7792VXP06SA016Z2R25 FP2506T 0,8 TP7
7792VXP06SA020Z2R35 FP2506T 038 TP7
7792VXP06SA020Z3R35 FP2506T 038 TP7
7792VXP06SA025Z3R35 FP2507T 08 TP7
7792VXP06SA025Z4R35 FP2507T 08 TP7
7792VXP06SA032Z5R43 FP2507T 08 TP7
7792VXP06SA035Z6R43 FP2507T 0.8 TP7
NOTE: For further application recommendation, please see technical information pages 23-25.
¢ Ultra-fine pitch cutters available to .
increase material removal rates,
especially on high-temp alloys. ,#,‘
¢ Positive design to support T E D
lower cutting forces and long b1 maxl Rl - ( (> - P
overhang usage.
e Ramping and plunge
milling capabilities.
7792VXP06 Cylindrical Shank
order number catalogue number D1 max D L L2 Ap1 max zZU
5673240 7792VXP06CA016Z2R140 16 16 188 25 0,90 2
5673237 7792VXP06CA020Z3R154 20 20 200 32 0,90 3
5666409 7792VXP06CA025Z4R154 25 25 210 40 0,90 4
5681124 7792VXP06CA032Z5R190 32 32 250 40 0,90 5
Spare Parts E*; /,
insert Torx
catalogue number screw Nm driver
7792VXP06CA016Z2R140 FP2506T 0,8 TP7
7792VXP06CA020Z3R154 FP2506T 0,8 TP7
7792VXP06CA025Z4R154 FP2507T 08 TP7
7792VXP06CA032Z5R190 FP2507T 08 TP7

NOTE: For further application recommendation, please see technical information pages 23-25.



7792VXP06
High-Feed Milling Cutters e Technical Information KZKENNAMETAE

Technical Information (mm)

Helical Plunai
dimension Interpolation Cingin,

helical Flat
hole |@PMax| — ag
order facing | ramping helical/| max max
number catalogue number pitch | angle | min-max | linear |plunging| RPM
5673240 | 7792VXP06CA016Z2R140 | 7,60 59 22 | 30 | 0,60 3,00 | 65000 Facing Pitch

5673237 | 7792VXP06CA020Z3R154 | 11,60 3,4 30 | 38 | 0,60 3,00 | 57000
5666409 | 7792VXP06CA025Z4R154 | 16,60 2,2 40 | 48 | 0,60 3,00 | 49000
5681124 | 7792VXP06CA032Z5R190 | 23,60 1,4 54 | 62 | 0,60 3,00 | 41500
5681105 | 7792VXP06SA016Z2R25 | 7,60 5,9 22 | 30 | 0,60 3,00 | 65000
5665820 | 7792VXP06SA020Z2R35 | 11,90 3,4 30 [ 38 | 0,60 3,00 | 57000
5681122 | 7792VXP06SA020Z3R35 | 11,90 3,4 30 | 38 | 0,60 3,00 | 57000
5665964 | 7792VXP06SA025Z3R35 | 16,60 2,8 40 | 48 | 0,60 3,00 | 49000
5667023 | 7792VXP06SA025Z4R35 | 16,60 2,2 40 | 48 | 0,60 3,00 |49000 | W ThHM——— o
5660062 | 7792VXP06SA032Z5R43 | 23,60 14 54 | 62 | 0,60 3,00 | 41500 ﬁ_\

6024320 | 7792VXP06SA035Z6R43 | 23,60 1,3 60 | 68 | 0,60 3,00 | 37500 A = max ramp angle utilising full-face contact

Ramp angle A uses one
outside cutting edge only.

Inserts
Insert Selection Guide ¢ IC 06

Light General Heavy
Machining Purpose Machining
(Light geometry) (Strong geometry)
Material wear resistance < > toughness
Group Geometry Grade Geometry Grade Geometry Grade
..D41 SC6525 ..D41 SC6525 ...D41 X400
..D41 SC6525 ...D41 X400 ..D41 X400
..D41 SP6519 ...D41 X500 ...D41 X500
..D41 SP6519 ...D41 SP6519 ..D41 X500
..D41 SP6519 ...D41 X500 ...D41 X500
..D41 SC6525 ...D41 SC6525 ..D41 SP6519
...D41 SC6525 ...D41 SC6525 ...D41 SP6519
..D41 SP6519 ...D41 SP6519 - -
...D41 SP6519 ...D41 SP6519 - =
..D41 SP6519 ...D41 X500 ..D41 X500
..D41 SP6519 ...D41 X500 ...D41 X500
..D41 SP6519 ...D41 SP6519 ...D41 X500
Milling Inserts
P e 0|O|®
Ol :
| o first choice K o o
O alternate choice
XPLT06-D41 N
S oo
XPLT06-D41 e First choice for machining stainless steel and high-temp alloys wilo
2 |8
o|lw o|wv
g23|S
catalogue number D LI S Re hm X|n(X|n
XPLT060308ERD41 7,00 7,00 3,17 0,8 0,04 o(o(oo
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KZKENNAMETAE

Recommended Starting Speeds [m/min]

Recommended

7792VXP06
Starting Speeds

"(';t:l:';" X400 SP6519 X500 SC6525
1 120 163 206 130 213 295 130 200 270 140 255 370
2 105 168 230 115 188 260 115 178 240 120 223 325
3 95 148 200 100 165 230 100 155 210 105 198 290
4 70 110 150 75 125 175 75 118 160 80 145 210
5 - - - 70 105 140 70 100 130 80 120 160
6 - - - 50 85 120 50 80 110 60 100 140
1 N - N 115 193 270 115 183 250 N - N
2 - - - 105 170 235 100 160 220 - - -
3 - - - 85 140 195 80 130 180 - - -
1 - z Z 140 218 295 N Z Z 145 268 390
2 - - - 110 175 240 - - - 115 210 305
3 - - - 100 160 220 - - - - - -
12 - - - Z - - Z - - Z - -
3 - - - - - - - - - - - -
1 — - — 23 39 55 23 36 48 N - —
2 - - - 22 35 48 21 33 44 - - -
3 - - - 25 40 55 24 38 51 - - -
4 - - . 36 58 79 35 54 73 - - .
1 5 70 % — - — — - — — - —

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.

Recommended Starting Feeds e High-Feed and Plunging Applications e fz [mm/tooth]

Recommended Starting Feeds [mm] ¢ High-Feed Light General Heavy
Machining Purpose Machining
At 0,90 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - .
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D41 - | - | - Jo31 10012 |o023] 72 | 091 | 020 | 063 | 078 | 019 | 057 | 07 D41
At 0,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - .
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D41 - | - | = [o42 |13 [ 173|031 [097 | 122 027 | 084|105 025 | 076 | 095 .D41
At 0,35 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . . :
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D41 - | - | = [os0| 164|211 | 037|116 | 147 | 032 | 1,00 | 125 | 030 [ 091 | 1,14 ..D41
At 0,25 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..Da1 - | - | - |oeo| 198|256 | 044 | 138 | 174 | 038 | 1,19 | 149 | 035 | 1,08 | 1,35 ..Da1
Feed Rate Guide ¢ Plunging ¢ IC 06 ¢ fz [mm/tooth]
Programmed Feed per Tooth (fz)
Insert Insert
Geometry Max 3mm insert engagement (ae radial engagement) Geometry
...D41 0,06 | 0,20 0,30 ...D41

o

NOTE: For further details about using the 7792VX series in plunging operations, please see page 23.
Use “Light Machining” values as starting feed rate.



7792VXD09
High-Feed Milling Cutters KZKENNAMETAII

¢ Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

¢ Positive design to support

lower cutting forces and long
overhang usage.

e Ramping and plunge
milling capabilities.

D1 max

7792VXD09 Modular Head ¢ Screw-On

order number catalogue number D1 max L2 G3X DPM Ap1 max ZU
5667916 7792VXD09SA025Z2R35 25 35 M12 12,50 1,50 2
@ 6024361 7792VXD09SA025Z3R35 25 35 M12 12,50 1,50 3
5660448 7792VXD09SA032Z3R43 32 43 M16 17,00 1,50 3
@ 6024362 7792VXD09SA032Z4R43 32 43 M16 17,00 1,50 4
@ 6024363 7792VXD09SA035Z4R43 35 43 M16 17,00 1,50 4
WV 6024365 7792VXD09SA042Z5R43 42 43 M16 17,00 1,50 5
Spare Parts
insert Torx
catalogue number screw Nm driver
7792VXD09SA025Z2R35 F3508T 2,1 T15
7792VXD09SA025Z3R35 F3508T 2,1 TB15
7792VXD09SA032Z3R43 F3510T 2,1 T15
7792VXD09SA032Z4R43 F3508T 2,1 T15
7792VXD09SA035Z4R43 F3510T 21 T15
7792VXD09SA042Z5R43 F3510T 2,1 Ti5

NOTE: For further application recommendation, please see technical information pages 23-25.

6 ‘ZKENNAMETAE kennametal.com



KZKENNAMETAE

¢ Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

¢ Positive design to support
lower cutting forces and long
overhang usage.

e Ramping and plunge
milling capabilities.

D1 max

7792VXD09
High-Feed Milling Cutters

7792VXD09 Weldon® Shank
order number catalogue number D1 max D L L2 Ap1 max zZU
5657893 7792VXD09WA025Z2R 25 25 96 40 1,50 2
5658074 7792VXD09WA032Z3R 32 32 100 40 1,50 3
Spare Parts % /
insert Torx
catalogue number screw Nm driver
7792VXD09WA025Z2R F3508T 2,1 T15
7792VXD09WA032Z3R F3510T 2,1 T15
NOTE: For further application recommendation, please see technical information pages 23-25.
¢ Ultra-fine pitch cutters available to
increase material removal rates, L
especially on high-temp alloys.
L2
¢ Positive design to support ‘
lower cutting forces and long T B
D1 max m— — — —
overhang usage. (
¢ Ramping and plunge
milling capabilities.
7792VXD09 Cylindrical Shank
order number catalogue number D1 max D L L2 Ap1 max zZU
5659947 7792VXD09CA025Z2R50 25 25 200 50 1,50 2
T 6024366 7792VXD09CA025Z3R50 25 25 200 50 1,50 3
5661016 7792VXD09CA032Z3R70 32 32 250 70 1,50 3
@ 6024367 7792VXD09CA032Z4R70 32 32 250 70 1,50 4
Spare Parts % %
insert Torx
catalogue number screw Nm driver
7792VXD09CA025Z2R50 F3508T 2,1 T15
7792VXD09CA025Z3R50 F3508T 2,1 TB15
7792VXD09CA032Z3R70 F3510T 2,1 T15
7792VXD09CA032Z4R70 F3510T 2,1 T15

NOTE: For further application recommendation, please see technical information pages 23-25.

kennametal.com
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7792VXD09
High-Feed Milling Cutters KZKENNAMETAE

¢ Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

¢ Positive design to support
lower cutting forces and long
overhang usage.

e Ramping and plunge
milling capabilities.

7792VXD09 Shell Mill

order number catalogue number D1 max D L Ap1 max ZU
5656727 7792VXD09-A040Z3R 40 16 32 1,50 3
5657234 7792VXD09-A040Z4R 40 16 32 1,50 4
5667475 7792VXD09-A040Z5R 40 16 32 1,50 5
5656914 7792VXD09-A050Z5R 50 22 40 1,50 5
5656377 7792VXD09-A050Z6R 50 22 40 1,50 6
@ 6024368 7792VXD09-A050Z7R 50 22 40 1,50 7
fiEW 6024369 7792VXD09-A052Z5R 52 22 40 1,50 5
fEW 6024370 7792VXD09-A052Z6R 52 22 40 1,50 6
W 6024371 7792VXD09-A052Z7R 52 22 40 1,50 7
FEL 6024372 7792VXD09-A063Z5R 63 22 40 1,50 5
W 6024373 7792VXD09-A063Z6R 63 22 40 1,50 6
@ 6024374 7792VXD09-A063Z9R 63 22 40 1,50 9
G 6024375 7792VXD09-A066Z5R 66 27 50 1,50 5
fEW 6024376 7792VXD09-A066Z6R 66 27 50 1,50 6
W@ 6024377 7792VXD09-A066Z9R 66 27 50 1,50 9
Spare Parts
& 4 &
& & &
insert Torx mounting
catalogue number screw Nm driver screw
7792VXD09-A040Z3R F3510T 2,1 T15 M8 1.25 X 25 SHCS
7792VXD09-A040Z4R F3510T 2,1 T15 M8 1.25 X 25 SHCS
7792VXD09-A040Z5R F3510T 2,1 T15 M8 1.25 X 25 SHCS
7792VXD09-A050Z5R F3510T 2,1 T15 M10 1.5 X 25 SHCS
7792VXD09-A050Z6R F3510T 2,1 T15 M10 1.5 X 25 SHCS
7792VXD09-A050Z7R F3510T 2,1 TB15 M10 1.5 X 25 SHCS
7792VXD09-A052Z5R F3510T 21 T15 M10 1.5 X 25 SHCS
7792VXD09-A052Z6R F3510T 2,1 T15 M10 1.5 X 25 SHCS
7792VXD09-A052Z7R F3510T 2,1 TB15 M10 1.5 X 25 SHCS
7792VXD09-A063Z5R F3510T 2,1 T15 M10 1.5 X 25 SHCS
7792VXD09-A063Z6R F3510T 2,1 T15 M10 1.5 X 25 SHCS
7792VXD09-A063Z9R F3510T 2,1 TB15 M10 1.5 X 25 SHCS
7792VXD09-A066Z5R F3510T 21 T15 M12 X 1.75 X 30 SHCS CLASS12.9
7792VXD09-A066Z6R F3510T 2,1 T15 M12 X 1.75 X 30 SHCS CLASS12.9
7792VXD09-A066Z9R F3510T 2,1 TB15 M12 X 1.75 X 30 SHCS CLASS12.9

NOTE: For further application recommendation, please see technical information pages 23-25.

8 KKKENNAMETAE kennametal.com



KZKENNAMETAE
£ 4 Ay
Technical Information (mm)
dimension
helical
hole |ap max ag

order facing | ramping helical/| max max
number catalogue number pitch angle min-max | linear |plunging] RPM
5657893 | 7792VXDO9WA025Z2R | 11,75 2,8 34 | 48 | 1,00 6,00 | 48500
5658074 | 7792VXD09WA032Z3R | 18,75 1,5 48 | 62 | 1,00 6,00 | 40500
5659947 | 7792VXD09CA025Z2R50 | 11,75 2,8 34| 48 | 1,00 6,00 | 48500
6024366 | 7792VXD09CA025Z3R50 | 11,75 2,8 34|48 | 1,00 6,00 | 48500
5661016 | 7792VXD09CA032Z3R70 | 18,75 1,5 48 | 62 | 1,00 6,00 | 40500
6024367 | 7792VXD09CA032Z4R70 | 18,75 1,5 48 | 62 | 1,00 6,00 | 40500
5656727 7792VXD09-A040Z3R 26,75 0.8 64 | 78 | 1,00 6,00 | 34500
5657234 7792VXD09-A040Z4R 26,75 0,8 64 | 78 | 1,00 6,00 | 34500
5667475 7792VXD09-A040Z5R 26,75 0.8 64 | 78 | 1,00 6,00 | 34500
5656914 7792VXD09-A050Z5R 36,75 0,7 84 | 98 | 1,00 6,00 | 30000
5656377 7792VXD09-A050Z6R 36,75 0,7 84|98 | 1,00 6,00 | 29500
6024368 7792VXD09-A050Z7R 36,75 0,7 84|98 | 1,00 6,00 | 30000
6024369 7792VXD09-A052Z5R 38,75 0,7 88 [102| 1,00 6,00 | 29500
6024370 7792VXD09-A052Z6R 38,75 0,7 88 | 102| 1,00 6,00 | 29500
6024371 7792VXD09-A052Z7R 38,75 0,7 88 [102| 1,00 6,00 | 29500
6024372 7792VXD09-A063Z5R 49,75 0,5 88 |102| 1,00 6,00 | 26000
6024373 7792VXD09-A063Z6R 49,75 0,5 88 |102| 1,00 6,00 | 26000
6024374 7792VXD09-A063Z8R 49,75 0,5 88 [102| 1,00 6,00 | 26000
6024375 7792VXD09-A066Z5R 52,75 0,5 116 (130| 1,00 6,00 | 25500
6024376 7792VXD09-A066Z6R 52,75 0,5 116 (130| 1,00 6,00 | 25500
6024377 7792VXD09-A066Z9R 52,75 0,5 116 (130 | 1,00 6,00 | 25500
5667916 | 7792VXD09SA025Z2R35 | 11,75 2,8 34 | 48 | 1,00 6,00 | 48500
6024361 | 7792VXD09SA025Z3R35 | 11,75 2,8 34 | 48| 1,00 6,00 | 48500
5660448 | 7792VXD09SA032Z3R43 | 18,75 1,5 48 | 62 | 1,00 6,00 | 40500
6024362 | 7792VXD09SA032Z4R43 | 18,75 1,5 48 | 62 | 1,00 6,00 | 40500
6024363 | 7792VXD09SA035Z4R43 | 21,75 13 54 | 68 | 1,00 6,00 | 37500
6024365 | 7792VXD09SA042Z5R43 | 28,75 1,0 68 | 82 | 1,00 6,00 | 34000

kennametal.com
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Technical Information

Helical
Interpolation

o= -

Flat

Facing Pitch

Ramp angle A uses one
outside cutting edge only.

A = max ramp angle utilising full face contact



7792VXD09

Inserts KZKENNAMETAIZ

Insert Selection Guide ¢ IC 09

Light Heavy
Machining General Machining
(Light geometry) Purpose (Strong geometry)
Material wear resistance < > toughness
Geometry Grade Geometry Grade Geometry Grade
..D41 SC6525 ...D41 SC6525 ..D X400
..D41 SC6525 .D X400 ..D X400
D411 SP6519 ...D411 X500 ..D41 X500
D411 SP6519 ...D411 SP6519 ..D41 X500
D411 SP6519 ...D411 X500 ..D41 X500
..D41 SC6525 ..D SC3025 ..D SC3025
..D41 SC6525 ..D SC3025 ..D SC3025
D721 GH2 ...D721 GH2 ..D721 GH2
D721 GH2 ..D721 GH2 ..D721 GH2
D411 SP6519 ...D411 X500 ..D41 X500
D411 SP6519 ..D411 X500 ..D41 X500
D411 SP6519 ..D411 SP6519 ..D41 X500
Milling Inserts
P o o|e
o) O O "
. . ® first choice - K o o olo
XDLT09-D721 ~ XDLT09-D41  XDLT09-D411 XDLW09-D O alternate choice N
XDPT09-D41
S oo
H 0
XDLT09-D721 e First choice for non-ferrous alloys
2l 188
2EEEES
catalogue number D LI S Re hm O|X|n|X|n|n
XDLT090408ERD721 9,53 9,53 4,75 08 0,03 o|-|-[-|-
XDLT09-D41 ¢ General purpose in soft steels. Best fit for face milling, slotting operation
2 QK
21881813/3
catalogue number D LI S Re hm O|X|n|X|n|n
XDLT090408ERD41 9,53 9,53 4,76 08 0,05 -|-|o|e|e
XDPTO09-D41 e Precision pressed. General purpose in soft steels. Best fit for face milling,
slotting operation
— 2 QK
NEW! < § § u8> § §
catalogue number D LI S Re hm O|X|n|X|n|n
XDPT090408ERD41 9,53 9,53 4,76 08 0,05 -|-|o|e|o|-
XDLT09-D411 e General purpose in stainless steel and high-temp alloys. Best fit for
pocketing and profiling operations in general, also in combination with long overhangs
2l 188
21818183/3
catalogue number D LI S Re hm O|X|n|X|n|n
XDLT090412ERD411 | 9,53 9,53 4,75 1,2 0,05 -|-|o|e|-
XDLWO09-D e First choice for roughing alloyed steel and cast iron
2 188
218218183
catalogue number D LI S Re hm O (X |0n|X|n|n
XDLW090408SRD 9,53 9,53 4,76 08 0,10 ~|e|-|e|o|o

‘ZKENNAMETAE
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7792VXD09

KZKENNAMETAE Recommended Starting Speeds

Recommended Starting Speeds [m/min]

'V(';t:l:':' GH2 X400 SP6519 X500 SC6525 SC3025
1 -~ [ 120 163 206 | 130 213 295 | 130 200 270 | 140 255 370 | - - -
2 | - - - | 105 168 230 | 115 188 260 | 115 178 240 | 120 223 3% | - - -
3 | - - - | 95 148 200 | 100 165 230 | 100 155 210 | 105 198 290 | - - -
4 | - - - | 70 110 150 | 75 125 175 | 75 118 160 | 80 145 210 | - - -
5 | - - - | - - | 70 105 140 | 70 100 130 | 80 120 160 | - - -
6 | - - - | - - | 50 8 120 | 50 8 110 | 60 100 140 | - - -
1 - - - | - ~ [ 115 193 270 | 115 183 250 | - - - | - - -
2 | - - - - - | 105 170 235 | 100 160 220 | - - - | - - -
3 | - - - | - - | 8 140 195 | 80 130 180 | - - - | - - -
1 | 120 185 250 | - [ 140 218 295 | - -  — | 145 268 390 | 150 273 3%
2 | 105 160 215 | - - | 110 175 240 | - - - | 115 210 305 | 120 228 335
3 | 100 143 185 | - - |10 160 220 | - - - | - -~ |15 190 275
1-2 | 400 1573 2745 | - -1 - - - - - - | - - -1 - - =
3 | 205 1215 2135 | - I T .
1 - - - | - ~ [ 23 3 s | 3 3 48 | - - - | - - -
2 | - - - - - | 2 3 4 | 2 3 4| - - - | - - =
I N - | 25 4 55 | 24 3 5 | - - - | - - =
4 | - - - - - | 3% 58 79 |3 85 78| - - - | - - -
1 - - s 0 e | - - - T T

NOTE: FIRST choice starting speeds are in bold type.

As the average chip thickness increases, the speed should be decreased.

Recommended Starting Feeds e High-Feed and Plunging Applications e fz [mm/tooth]

Recommended Starting Feeds [mm] ¢ High-Feed Light General T
Machining Purpose Machining
At 1,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - - 023 [ 1,30 | 1,45 | 0,17 | 0,95 | 1,06 | 0,15 | 0,82 [ 0,92 | 0,14 | 0,75 | 0,84 ..D721
..D41 - - - 040 | 1,51 | 189 | 0,30 | 1,09 | 1,36 | 0,26 | 0,95 [ 1,18 | 0,24 | 0,86 | 1,07 ..D41
...D411 - - - 042 | 1,58 | 197 | 0,31 | 1,45 | 1,42 | 027 | 0,99 | 122 | 0,25 | 0,91 | 1,11 ...D411
..D - - - 0,47 | 1,97 | 251 | 035 | 1,42 | 1,78 | 0,30 | 1,22 | 1,53 | 0,28 | 1,11 | 1,39 .D
At 1,00 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - - 028 | 160 | 1,79 [ 0,21 | 1,46 | 129 | 0,19 | 1,00 | 1,12 | 0,17 | 0,92 | 1,02 ..D721
..D41 - - - 049 | 1,85 | 234 | 0,36 | 1,34 | 167 | 032 | 1,5 | 1,44 | 029 | 1,05 | 1,31 ..D41
..D411 - - - 052 | 1,95 | 244 | 0,38 | 1,40 | 1,73 | 0,33 | 1,21 | 1,49 | 0,31 | 1,10 | 1,36 ..D411
..D - - - 057 | 244 | 313 | 043 | 1,73 | 2,18 | 0,37 | 1,49 | 1,87 | 0,34 | 1,36 | 1,70 ..D
At 0,75 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - - 033 | 1,86 | 208 | 0,24 | 1,34 | 1,49 | 021 | 1,46 | 1,29 | 0,20 | 1,05 | 1,17 ..D721
..D41 - - - 056 | 2,16 | 2,73 | 042 | 1,54 | 193 | 036 | 1,33 | 1,65 | 0,33 | 1,21 | 1,50 ..D41
...D411 - - - 060 | 2,27 | 285 | 044 | 1,62 | 200 | 0,38 | 1,39 | 1,72 | 0,35 | 1,27 | 1,56 ...D411
..D - - - 0,66 | 2,85 | 368 | 049 | 2,00 [ 253 | 043 | 1,72 | 2,15 | 0,39 | 1,56 | 1,95 ..D
(continued)

kennametal.com
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7792VXD09
Recommended Starting Feeds e High-Feed and Plunging Applications e fz [mm/tooth] KZKENNAMETAE

(Recommended Starting Feeds [mm] ¢ High-Feed — continued)

Light General Heavy
At 0,50 Axial Depth of Cut (ap) Machining Purpose Machining
Programmed Feed per Tooth (fz)
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - - 040 | 2,31 | 259 | 0,30 | 1,64 | 183 | 0,26 | 1,42 | 157 | 024 | 1,29 | 1,43 ..D721
..D41 - - - 069 | 268 | 343 | 0,51 | 1,89 | 237 | 044 | 1,63 | 2,02 | 041 | 1,48 | 1,84 ..D41
..D411 - - - 0,73 | 2,83 | 358 | 0,54 | 1,99 | 246 | 047 | 1,71 | 2,10 | 043 | 1,55 | 1,91 ...D411
.D - - - 081 | 3,58 | 469 | 060 | 2,46 | 311 | 052 | 2,10 | 2,64 | 048 | 1,91 | 2,38 .D
Feed Rate Guide ¢ Plunging ¢ IC 09 ¢ fz [mm/tooth]
Insert Programmed Feed per Tooth (fz) Insert
Geometry Max 6mm insert engagement (ae radial engagement) Geometry
..D721 0,05 0,12 0,24 ..D721
...D4 0,07 0,15 0,30 ..D41
...D411 0,07 0,15 0,30 ...D411
.D 0,10 0,25 0,35 .D

NOTE: For further details about using the 7792VX series in plunging operations, please see page 23.
\) Use “Light Machining” values as starting feed rate.

12 KKKENNAM ETAL kennametal.com



7792VXD12
KZKENNAMETAIi High-Feed Milling Cutters

e Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

¢ Positive design to support

lower cutting forces and long
overhang usage.

e Ramping and plunge
milling capabilities.

D1 max

7792VXD12 Modular Head ® Screw-On

order number catalogue number D1 max L2 G3X DPM Ap1 max ZU
5659132 7792VXD12SA032Z2R43 32 43 M16 17,00 2,50 2
@ 6025280 7792VXD12SA032Z3R43 32 43 M16 17,00 2,50 3
@ 6025561 7792VXD12SA035Z3R43 35 43 M16 17,00 2,50 3
wEw~ 6025562 7792VXD12SA042Z4R43 42 43 M16 17,00 2,50 4
R
Spare Parts /J %
insert Torx
catalogue number screw Nm driver
7792VXD12SA032Z2R43 D4010T 3,1 T15
7792VXD12SA032Z3R43 D4010T &l T15
7792VXD12SA035Z3R43 D4010T 3,1 T15
7792VXD12SA042Z4R43 D4010T 3,1 T15
NOTE: For further application recommendation, please see technical information pages 23-25.
¢ Ultra-fine pitch cutters available to
increase material removal rates, L
especially on high-temp alloys.
¢ Positive design to support L2
lower cutting forces and long T = D)
overhang usage. D1 maxl 4‘ = = z> — D
. OB C
¢ Ramping and plunge
milling capabilities.
7792VXD12 Cylindrical Shank
order number catalogue number D1 max D L L2 Ap1 max ZU
5661017 7792VXD12CA032Z2R70 32 32 250 70 2,50 2
fign 6025563 7792VXD12CA032Z3R70 32 32 250 70 2,50 3
Spare Parts
& 4 v
insert Torx
catalogue number screw Nm driver
7792VXD12CA032Z2R70 D4010T 3,1 T15
7792VXD12CA032Z3R70 D4010T 3,1 T15

NOTE: For further application recommendation, please see technical information pages 23-25.

kennametal.com ‘:KKENNAMETAE 13



7792VXD12
High-Feed Milling Cutters KZKENNAMETAI:

¢ Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

e Positive design to support
lower cutting forces and long
overhang usage.

e Ramping and plunge
milling capabilities.

7792VXD12 Shell Mill

order number catalogue number D1 max D L Ap1 max zZU
fiEW. 6025272 7792VXD12-A040Z4R 40 22 40 2,50 4
Iﬁ 5673504 7792VXD12-A050Z4R 50 22 40 2,50 4
fEW 6025273 7792VXD12-A050Z6R 50 22 40 2,50 6
o 5656728 7792VXD12-A052Z3R 52 22 40 2,50 3
5666187 7792VXD12-A052Z4R 52 22 40 2,50 4
5656383 7792VXD12-A052Z5R 52 22 40 2,50 5
W 6025274 7792VXD12-A052Z6R 52 22 40 2,50 6
5656729 7792VXD12-A063Z4R 63 22 40 2,50 4
5657235 7792VXD12-A063Z5R 63 22 40 2,50 5
FE 6025275 7792VXD12-A063Z7R 63 22 40 2,50 7
5660064 7792VXD12-A066Z4R 66 27 45 2,50 4
5660065 7792VXD12-A066Z5R 66 27 45 2,50 5
EWL 6025276 7792VXD12-A066Z7R 66 27 45 2,50 7
o 5656730 7792VXD12-A080Z5R 80 27 50 2,50 5
5667478 7792VXD12-A080Z8R 80 27 50 2,50 8
W 6025277 7792VXD12-A080Z10R 80 27 50 2,50 10
5667834 7792VXD12-A100Z6R 100 32 50 2,50 6
5666144 7792VXD12-A100Z9R 100 32 50 2,50 9
§EW. 6025278 7792VXD12-A100Z11R 100 32 50 2,50 1
o 5656380 7792VXD12-A125Z8R 125 40 63 2,50 8
5665943 7792VXD12-A125Z11R 125 40 63 2,50 11
WL 6025279 7792VXD12-A125Z13R 125 40 63 2,50 13
5659130 7792VXD12-160Z7R 160 40 63 2,50 7

NOTE: No through coolant for cutters where D1 Max = 160mm.

Spare Parts
/ V4
( ’ N %
@
insert Torx mounting mounting

catalogue number screw Nm driver screw screw
7792VXD12-A040Z4R D4010T 3,1 T15 - KLSSM22-39-CG
7792VXD12-A050Z4R D4012T 3,1 T15 M10 1.5 X 25 SHCS =
7792VXD12-A050Z6R D4010T 3,1 TB15 M10 1.5 X 25 SHCS -
7792VXD12-A052Z3R D4012T 3,1 T15 M10 1.5 X 25 SHCS -
7792VXD12-A052Z4R D4012T 3,1 T15 M10 1.5 X 25 SHCS -
7792VXD12-A052Z5R D4010T 3,1 T15 M10 1.5 X 25 SHCS -
7792VXD12-A052Z6R D4010T 3,1 TB15 M10 1.5 X 25 SHCS -
7792VXD12-A063Z4R D4012T 3,1 T15 M10 1.5 X 25 SHCS -
7792VXD12-A063Z5R D4012T 3,1 T15 M10 1.5 X 25 SHCS =
7792VXD12-A063Z7R D4010T 3,1 TB15 M10 1.5 X 25 SHCS -
7792VXD12-A066Z4R D4012T 3,1 T15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A066Z5R D4012T 3,1 T15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A066Z7R D4010T 3,1 TB15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A080Z5R D4012T 3,1 T15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A080Z8R D4012T 31 T15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A080Z10R D4010T 3,1 TB15 M12 X 1.75 X 30 SHCS CLASS12.9 -
7792VXD12-A100Z6R D4012T 3,1 T15 M16 X 2 X 40 SHCS -
7792VXD12-A100Z9R D4012T 3,1 T15 M16 X 2 X 40 SHCS -
7792VXD12-A100Z11R D4010T 3,1 TB15 M16 X 2 X 40 SHCS -
7792VXD12-A125Z8R D4012T 3,1 T15 M20 X 2.5 X 50 SHCS -
7792VXD12-A125Z11R D4012T 3,1 T15 M20 X 2.5 X 50 SHCS -
7792VXD12-A125Z13R D4010T 3,1 TB15 M20 X 2.5 X 50 SHCS -

7792VXD12-160Z7R D4012T 3,1 T15 - -

NOTE: For further application recommendation, please see technical information pages 23-25.
14



KZKENNAMETAE
£ 4 Ay
Technical Information (mm)
dimension
helical
hole |ap max
order facing | ramping helical/| ao max | max
number catalogue number pitch angle min-max | linear |plunging] RPM
5661017 | 7792VXD12CA032Z2R70 | 10,60 1,8 42 | 62 | 1,80 9,00 |31500
6025563 | 7792VXD12CA032Z3R70 | 13,6 1,8 42 | 62 | 1,80 9,00 |31500
6025272 | 7792VXD12-A040Z4R 21,6 1,4 58 | 78 | 1,80 9,00 |26500
6025273 | 7792VXD12-A050Z6R 31,6 09 78 | 98 | 1,80 9,00 |22500
5656728 | 7792VXD12-A052Z3R | 33,60 08 82 | 102 | 1,80 9,00 |22000
5666187 | 7792VXD12-A052Z4R | 33,60 08 82 | 102 [ 1,80 9,00 |22000
5656383 | 7792VXD12-A052Z5R | 33,60 08 82 | 102 | 1,80 9,00 |22000
6025274 | 7792VXD12-A052Z6R 33,6 0,8 82 | 102 | 1,80 9,00 |22000
5656729 | 7792VXD12-A063Z4R | 44,60 0,6 104 | 124 | 1,80 9,00 |19500
5657235 | 7792VXD12-A063Z5R | 44,60 0,6 104 | 124 | 1,80 9,00 |19500
6025275 | 7792VXD12-A063Z7R 44,6 0,6 104 | 124 | 1,80 9,00 |19500
5660064 | 7792VXD12-A066Z4R | 47,60 0,5 110 | 130 | 1,80 9,00 | 19000
5660065 | 7792VXD12-A066Z5R | 47,60 0,5 110 | 130 | 1,80 9,00 | 19000
6025276 | 7792VXD12-A066Z7R 47,6 0,5 110 | 130 | 1,80 9,00 | 19000
5656730 | 7792VXD12-A080Z5R | 61,60 0,5 138 | 158 | 1,80 9,00 |17000
5667478 | 7792VXD12-A080Z8R | 61,60 0,5 138 | 158 | 1,80 9,00 |17000
6025277 | 7792VXD12-A080Z10R | 61,6 0,5 138 | 158 | 1,80 9,00 |17000
5667834 | 7792VXD12-A100Z6R | 81,60 0,3 178 | 198 | 1,80 9,00 | 15000
5666144 | 7792VXD12-A100Z9R | 81,60 03 178 | 198 | 1,80 9,00 |15000
6025278 | 7792VXD12-A100Z11R | 81,6 0,3 178 | 198 | 1,80 9,00 |15000
5656380 | 7792VXD12-A125Z8R | 106,60 0,2 228 | 248 | 1,80 9,00 | 13000
5665943 | 7792VXD12-A125Z11R | 106,60 0,2 228 | 248 | 1,80 9,00 | 13000
6025279 | 7792VXD12-A125Z13R | 106,6 0,2 228 | 248 | 1,80 9,00 |13000
5659130 | 7792VXD12-160Z07R 141,6 0,2 298 | 318 | 1,80 9,00 |11500
5659132 | 7792VXD12SA032Z2R43 | 10,60 1,8 42 | 62 | 1,80 9,00 |31500
6025280 | 7792VXD12SA032Z3R43 | 13,6 1,8 42 | 62 | 1,80 9,0 |31500
6025561 | 7792VXD12SA035Z3R43 | 16,6 1,8 48 | 68 | 1,80 9,0 |29000
6025562 | 7792VXD12SA042Z4R43 | 23,6 1,3 62 | 82 | 1,80 9,0 25500
kennametal.com I:KKENNAMETAE

7792VXD12
Technical Information

Helical
Interpolation

o= 9~

Flat

Facing Pitch

Ramp angle A uses one
outside cutting edge only.

O J

-

A = max ramp angle utilising full face contact
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7792VXD12
Inserts KZKENNAMETAI:

Insert Selection Guide ¢ IC 12

Light Heavy
Machining General Machining
(Light geometry) Purpose (Strong geometry)
Material wear resistance < > toughness
Group Geometry Grade Geometry Grade Geometry Grade
...D41 SC6525 ...D41 SC6525 ..D X400
...D41 SC6525 ..D X400 ..D X400
...D411 SP6519 ...D411 X500 ...D41 X500
...D411 SP6519 ...D411 SP6519 ..D41 X500
...D411 SP6519 ...D411 X500 ...D41 X500
...D41 SC6525 ..D SC3025 ..D SC3025
...D41 SC6525 ..D SC3025 ..D SC3025
...D721 GH2 ...D721 GH2 ..D721 GH2
...D721 GH2 ...D721 GH2 ...D721 GH2
...D411 SP6519 ...D411 X500 ..D41 X500
...D411 SP6519 ...D411 X500 ..D41 X500
...D411 SP6519 ...D411 SP6519 ...D41 X500

Milling Inserts
RS P ®|0|0|e®
o) Ol 9 (o C M
P . o first choice K o o ollo
- \ s O alternate choice 5
XDLT12-D721 XDLT12-D41 XDLT12-D411 XDLW12-D
XDPT12-D41 S o0
XDLT12-D721 e First choice for non-ferrous alloys - e
o |88
SRR
catalogue number D Ll S Re hm O(X|n|X|®n|Nn
XDLT120508ERD721 | 11,99 11,99 5,56 0,8 0,04 o|—[-[-[-]-
XDLT12-D41 e General purpose in soft steels. Best fit for face milling, slotting operation

o|B|olBI8
NiS|(o|o|9|P

I
catalogue number D LI S Re hm o|X|5|R 8 8
XDLT120508ERD41 | 12,70 12,70 5,56 08 0,05 -|-|o|e]|0|-

XDPT12-D41 e Precision pressed. General purpose in soft steels. Best fit for
face milling, slotting operation
’ (2] |0
NEw sleleigEs
catalogue number D LI S Re hm o|X|5|%|0|a
XDPT120508ERD41 | 12,70 12,70 5,56 08 0,05 ~|-|o|o|0|-
XDLT12-D411 ¢ General purpose in stainless steel and high-temp alloys. Best fit for
pocketing and profiling operations in general
2l 188
28123181813
catalogue number D LI S Re hm O|X|(h|X|®n|n
XDLT120512ERD411 | 11,99 11,99 5,56 1,2 0,05 -|-|o|®f[-]-
XDLW12-D e First choice for roughing alloyed steel and cast iron

2 818
21881818/3
catalogue number D Ll S Re hm O(X|n|X|n|n
XDLW120508SRD | 11,99 11,99 5,56 08 0,10 -|o[-|o[-|®

16 ‘ZKENNAM ETAL kennametal.com



KZKENNAMETAE

Recommended Starting Speeds [m/min]

7792VXD12

Recommended Starting Speeds

'V(';t:;':' GH2 X400 SP6519 X500 SC6525 SC3025
1 - _ [ 120 163 206 | 130 213 295 | 130 200 270 | 140 255 370 | - - -
2 | - - - | 105 168 230 | 115 188 260 | 115 178 240 | 120 223 325 | - - -
3 | - - - | 95 148 200 | 100 165 230 | 100 155 210 | 105 198 290 | - - -
4 | - - - | 70 10 15 | 75 125 175 | 75 118 160 | 80 145 210 | - - -
5 | - - - | - - - | 70 105 140 | 70 100 130 | 80 120 160 | - - -
6 | - - - | - - - | s 8 10| 5 8 110 | 60 100 140 | - - -
1 - | - -~ 115 1e8 270 | 115 18 250 | - - - | - - =
2 | - - - | - - - |15 170 23 | 100 160 220 | - - - | - - -
3 | - - - | - - - |8 140 15| 8 10 180 | - - - | - - -
1 | 120 185 250 | - - - | 140 218 295 | - - - | 145 268 390 | 150 273 3%
2 | 105 160 25| - - - | 110 175 240 | - - - | 115 210 305 | 120 228 335
3 |10 143 18 | - - - |10 160 20 | - - - | - - _ |15 190 275
12 | 400 1578 2745 | - - - | - - - - - - | - - -1 - - =
3 | 205 1215 2135 | - - - - - - T .
1 ~ - - | - - - 123 3 s | 23 3 48| - - - [ - - C
2 | - - - | - - - | 2 3 4 | 20 3 4| - - - | - - -
3 | - - - | - - - | 2 4 5 |2 3 5 |- - - | - - °
4 | - - - | - - - |3 58 79|23 8 1| - - - | - - -
1 - - - | # 1 | - - - - - - | - - - | - - =

NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.

Recommended Starting Feeds e High-Feed and Plunging Applications e fz [mm/tooth]

Recommended Starting Feeds [mm] ¢ High-Feed Light General Heavy
Machining Purpose Machining
At 2,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - .
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - 021 | 1,18 | 1,34 | 0,15 | 0,88 | 099 | 0,13 | 0,76 | 0,86 | 0,12 | 0,70 | 0,79 ..D721
...D41 - - 033 | 1,54 | 1,85 | 0,25 | 1,14 | 1,36 | 0,21 | 0,99 | 1,18 | 0,20 | 0,91 | 1,08 ...D41
...D411 - - 0,33 | 1,60 | 1,91 | 025 | 1,48 | 1,40 | 0,21 | 1,03 [ 1,22 | 0,20 | 0,94 | 1,11 ...D411
..D - - 044 | 2,02 | 245 | 0,33 | 1,49 | 1,79 | 0,29 | 1,29 | 1,55 | 0,26 | 1,18 | 1,42 .D
At 2,00 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D721 - - 023 | 1,32 | 1,49 | 0,17 | 0,98 | 1,10 | 0,15 | 0,85 | 0,96 | 0,14 | 0,78 | 0,87 ..D721
..D41 - - 037 | 1,72 | 206 | 027 | 1,27 | 1,52 | 024 | 1,10 | 1,31 | 0,22 | 1,01 | 1,20 ...D41
...D411 - - 037 | 1,78 | 213 | 027 | 1,31 | 1,56 | 024 | 1,44 | 1,35 | 022 | 1,04 | 1,24 ...D411
..D - - 049 | 2,26 | 2,74 | 0,36 | 1,65 | 200 | 0,32 | 1,43 | 1,73 | 029 | 1,31 | 1,58 ..D
At 1,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D721 - - 026 | 1,52 | 1,71 | 020 | 1,42 | 1,26 | 0,17 | 0,97 | 1,10 | 0,16 | 0,89 | 1,00 ...D721
...D41 - - 042 | 1,98 | 238 | 0,31 | 1,46 | 1,74 | 027 | 1,27 | 151 | 0,25 | 1,16 | 1,38 ...D41
...D411 - - 042 | 2,06 | 246 | 0,31 | 1,51 | 1,80 | 027 | 1,31 | 1,56 | 025 | 1,20 | 1,42 ...D411
..D - - 0,56 | 2,61 | 3,16 | 0,42 | 1,90 | 230 | 0,37 | 1,65 | 1,98 | 0,33 | 1,50 | 1,81 ..D
(continued)

kennametal.com
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7792VXD12
Recommended Starting Feeds e High-Feed and Plunging Applications e fz [mm/tooth] KZKENNAMETAI:

(Recommended Starting Feeds [mm] ¢ High-Feed — continued)

Light General Heavy
Machining Purpose Machining
At 1,00 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - .
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
..D721 - - - 032 | 1,86 | 210 | 024 | 1,37 | 1,54 | 0,21 | 1,19 | 1,34 | 0,19 | 1,09 | 1,22 ..D721
..D41 - - - 051 | 243 | 292 | 0,38 | 1,78 | 2,13 | 0,33 | 1,54 | 1,84 | 0,31 | 1,41 | 1,68 ...D41
...D411 - - - 051 | 2,52 | 302 | 0,38 | 1,84 | 2,19 | 0,33 | 1,60 | 1,90 | 0,31 | 1,46 | 1,73 ...D411
..D - - - 069 | 3,20 | 390 | 051 | 2,32 | 281 | 044 | 2,01 | 242 | 041 | 1,83 | 2,20 .D
Feed Rate Guide ¢ Plunging ¢ IC 12 ¢ fz[mm/tooth]
Insert Programmed Feed per Tooth (fz) Insert
Geometry Max 9mm insert engagement (ae radial engagement) Geometry
..D721 0,06 0,20 0,28 ..D721
...D41 0,07 0,20 0,30 ...D41
...D411 0,07 0,20 0,30 ...D411
..D 0,10 0,25 0,35 ..D

NOTE: For further details about using the 7792VX series in plunging operations, please see page 23.
U Use “Light Machining” values as starting feed rate.

18 KKKENNAM ETAL kennametal.com



7792VXE16
KZKENNAMETAIi High-Feed Milling Cutters

Y2

e Ultra-fine pitch cutters available to

increase material removal rates,
especially on high-temp alloys.
¢ Positive design to support

lower cutting forces and long
overhang usage.

R

e Ramping and plunge L2
milling capabilities. ] ‘
3 D
D1 max H = = = D
[HOR C
7792VXE16 Cylindrical Shank
order number catalogue number ‘ D1 max D L L2 Ap1 max zZU
5658651 7792VXE16CA040Z2R102 40 40 172 102 3,50 2
5659563 7792VXE16CA050Z3R102 50 40 172 102 3,50 3
Spare Parts
insert Torx
catalogue number screw Nm driver
7792VXE16CA040Z2R102 DP5013T 6,1 TP20
7792VXE16CA050Z3R102 DP5013T 6,1 TP20

NOTE: For further application recommendation, please see technical information pages 23-25.

Ultra-fine pitch cutters available to
increase material removal rates,
especially on high-temp alloys.

Positive design to support L
lower cutting forces and long
overhang usage.

Ramping and plunge
milling capabilities.

7792VXE16 Shell Mill

order number catalogue number D1 max D L Ap1 max ZU
FEW 6025614 7792VXE16-A050Z3R 50 22 45 3,50 3
WL 6025615 7792VXE16-A050Z4R 50 22 45 3,50 4
WEWC 6025616 7792VXE16-A052Z4R 52 22 45 3,50 4
5659955 7792VXE16-A063Z5R 63 22 40 3,50 5
W 6025617 7792VXE16-A063Z6R 63 22 40 3,50 6
WEW. 6025618 7792VXE16-A066Z6R 66 27 50 3,50 6
5667006 7792VXE16-A080Z6R 80 27 50 3,50 6
WEW 6025619 7792VXE16-A080Z7R 80 27 50 3,50 7
5659956 7792VXE16-A100Z8R 100 32 50 3,50 8
WV 6025620 7792VXE16-A100Z9R 100 32 50 3,50 9
5661028 7792VXE16-A125Z10R 125 40 63 3,50 10
fE 6025661 T792VXE16-A125Z11R 125 40 63 3,50 1
5665957 7792VXE16-160Z12R 160 40 63 3,50 12
W 6025662 7792VXE16-160Z13R 160 40 63 3,50 13
(continued)
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7792VXE16
High-Feed Milling Cutters KZKENNAMETAI:

(7792VXE16 Shell Mill — continued)

Spare Parts
<
@ ©
insert Torx mounting mounting
catalogue number screw Nm driver screw LHCS mounting screw screw

7792VXE16-A050Z3R DP5013T 6,1 TP20 - - KLSSM22-39-CG
7792VXE16-A050Z4R DP5013T 6,1 TP20 - - KLSSM22-39-CG
7792VXE16-A052Z4R DP5013T 6,1 TP20 - - KLSSM22-39-CG
7792VXE16-A063Z5R DP5013T 6,1 TP20 M10 1.5 X 25 SHCS - -
7792VXE16-A063Z6R DP5013T 6,1 TB20 M10 1.5 X 25 SHCS = =
7792VXE16-A066Z6R DP5013T 6,1 TB20 M12 X 1.75 X 30 SHCS CLASS12.9 - =
7792VXE16-A080Z6R DP5013T 6,1 TP20 M12 X 1.75 X 30 SHCS CLASS12.9 - -
7792VXE16-A080Z7R DP5013T 6,1 TB20 M12 X 1.75 X 30 SHCS CLASS12.9 - -
7792VXE16-A100Z8R DP5013T 6,1 TP20 - M16X2X40 LHSCS -
7792VXE16-A100Z9R DP5013T 6,1 TB20 - M16X2X40 LHSCS -
7792VXE16-A125Z10R DP5013T 6,1 TP20 M20 X 2.5 X 50 SHCS - -
7792VXE16-A125Z11R DP5013T 6,1 TB20 M20 X 2.5 X 50 SHCS - -
7792VXE16-160Z12R DP5013T 6,1 TP20 = - -
7792VXE16-160Z13R DP5013T 6,1 TB20 = - -

NOTE: For further application recommendation, please see technical information pages 23-25.

Technical Information

Technical Information (mm)

Helical Plunai
Interpolation unging
dimension

helical
hole ap max
order facing| ramping helical/ | ao max | max
number| catalogue number pitch | angle min-max | linear |plunging| RPM Flat

5658651 | 7792VXE16CA040Z2R102| 16,10 | 2,55 50 | 78 | 2,50 | 13,00 | 33000
5659563 | 7792VXE16CA050Z3R102| 25,83 | 1,36 70 | 98 | 250 | 13,00 | 27500
6025614| 7792VXE16-A050Z3R | 26,10 | 1,36 70 | 98 | 250 | 13,00 | 27500 Facing Pitch
6025615 7792VXE16-A050Z4R | 26,10 | 1,36 70 | 98 | 2,50 | 13,00 | 27500
6025616 7792VXE16-A052Z4R | 28,10 | 1,24 74 102 2,50 | 13,00 | 25000
5659955 7792VXE16-A063Z5R | 37,45 | 0,86 9 |124| 2550 | 13,00 | 22000
6025617| 7792VXE16-A063Z6R | 39,10 | 0,86 9 |124| 2,50 | 13,00 | 22000
6025618| 7792VXE16-A066Z6R | 42,10 | 0,80 102 | 130 | 2,50 | 13,00 | 23000
5667006| 7792VXE16-A080Z6R | 54,45 | 0,58 130 [ 158 | 2,50 | 13,00 | 19000
6025619| 7792VXE16-A080Z7R | 56,10 | 0,58 130 | 158 | 2,50 | 13,00 | 19000
5650056 7792VXE16-A100Z8R | 7445 | 0,42 170 | 198 | 2,50 | 13,00 | 16500
6025620| 7792VXE16-A100Z9R | 76,10 | 0,42 170 [ 198 | 2,50 | 13,00 | 16500
5661028| 7792VXE16-A125Z10R | 9945 | 0,32 220 | 248 | 2,50 | 13,00 | 14500

6025661| 7792VXE16-A125Z11R |101,10| 0,32 220 | 248 | 2,50 | 13,00 | 14500 4 """"""
5665057| 7792VXE16-160Z12R |13450| 0,23 290 | 318 | 2,50 | 13,00 | 12500

6025662 7792VXE16-160Z13R | 136,10 0,23 200 | 318 | 2550 13,00 | 12500 A = max ramp angle utilising full-face contact

Ramp angle A uses one
outside cutting edge only.
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7792VXE16
KKENNAMETAI: Inserts

Insert Selection Guide ¢ IC 16

Light Heavy
Machining General Machining
(Light geometry) Purpose (Strong geometry)
Material wear resistance < > toughness
Group Geometry Grade Geometry Grade Geometry Grade
...D41 SC6525 ...D41 SC6525 ..D X400
...D41 SC6525 ...D41 SC6525 ..D X400
...D41 SP6519 ...D41 X500 ...D41 X500
M1-M2 ...D41 SP6519 ...D41 SP6519 ..D41 X500
...D41 SP6519 ...D41 X500 ..D41 X500
...D41 SC6525 ..D SC3025 ..D SC3025
...D41 SC6525 .D SC3025 .D SC3025
...D41 SP6519 ..D41 X500 ..D41 X500
...D41 SP6519 ...D41 X500 ...DA1 X500
...D41 SP6519 ...D41 SP6519 ..D41 X500

Milling Inserts
P ° o|e
——
M
O L o first choice K all Tollo
= O alternate choice
-S| N
XELT16-D41 XELW16-D S o0
H (0]
XELT16-D41 e First choice for machining stainless steel and high-temp alloys
2l 188
SR
catalogue number D LI S Re hm X|n|X|n(n
XELT160512ERD4 | 16,79 16,79 5,56 1,2 0,13 ~|o|o|o]|-
XELW16-D e First choice for roughing alloyed steel and cast iron
2l 188
g3(88|3
catalogue number D LI S Re hm X|o|X|n(n
XELW160512SRD 16,79 16,79 5,56 1,2 0,12 NEEED
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7792VXE16
Recommended Starting Speeds KZKENNAMETAII

Recommended Starting Speeds [m/min]

Material X400 SP6519 X500 SC6525 SC3025
Group
1 120 163 206 130 213 295 130 200 270 140 255 370 - - -
2 105 168 230 115 188 260 115 178 240 120 223 325 - - -
3 95 148 200 100 165 230 100 155 210 105 198 290 - - -
4 70 110 150 75 125 175 75 118 160 80 145 210 - - -
5 - - - 70 105 140 70 100 130 80 120 160 - - -
6 - - - 50 85 120 50 80 110 60 100 140 - - -
1 - - - 115 193 270 115 183 250 - - - - - -
2 - - - 105 170 235 100 160 220 - - - - - -
3 - - - 85 140 195 80 130 180 - - - - - -
1 - - - 140 218 295 - - - 145 268 390 150 273 395
2 - - - 110 175 240 - - - 115 210 305 120 228 335
3 - - - 100 160 220 - - - - - - 105 190 275
1-2 - - - - - - - - - - - - - - -
3 - - - - - - - - - _ - _ - - -
1 - - - 23 39 55 23 36 48 - - - - - -
2 - - - 22 35 48 21 33 44 - - - - - -
3 - - - 25 40 55 24 38 51 - - - - - -
4 - - - 36 58 79 35 54 73 - - - - - -
1 45 70 95 - - - - - - - - - - - -
NOTE: FIRST choice starting speeds are in bold type.
As the average chip thickness increases, the speed should be decreased.
Recommended Starting Feeds e High-feed and Plunging Applications e fz [mm/tooth]
Recommended Starting Feeds [mm] ¢ High-Feed
. Light General Heavy
At 3,50 Axial Depth of Cut (ap) Machining Purpose Machining
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D41 - - - 031 | 1,28 | 1,55 | 0,23 | 0,95 | 1,15 | 0,20 | 0,83 | 1,00 | 0,19 | 0,76 | 0,91 ..D41
..D - - - 031 | 1,68 | 191 | 023 | 1,47 | 141 | 020 | 1,02 | 1,22 | 0,19 | 0,93 | 1,12 ..D
At 2,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - .
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D41 - - - 037 | 1,50 | 1,82 | 027 | 1,11 | 1,35 | 024 | 0,97 | 1,17 | 022 | 0,89 | 1,07 ...D4
..D - - - 037 | 1,86 | 224 | 027 | 1,37 | 165 | 024 | 1,49 | 143 | 022 | 1,09 | 1,31 ..D
At 2,00 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
o . - A
Insert at % Radial Depth of Cut (ae) of Working Diameter (Dw) Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D41 - - - 041 | 1,67 | 203 | 0,30 | 1,24 | 1,50 | 0,26 | 1,08 | 1,30 | 0,24 | 0,99 | 1,19 ...D41
..D - - - 041 | 2,07 | 249 | 030 | 1,53 | 1,84 | 026 | 1,33 | 1,59 | 024 | 1,21 | 1,46 ..D
At 1,50 Axial Depth of Cut (ap)
Programmed Feed per Tooth (fz)
at % Radial Depth of Cut (ae) of Working Diameter (Dw)
Insert Insert
Geometry 5% 10% 20% 30% 40-100% Geometry
...D41 - - - 047 | 1,92 | 233 | 035 | 1,42 | 1,72 | 0,30 | 1,24 | 1,49 | 0,28 | 1,13 | 1,36 ...D41
..D - - - 047 | 2,38 | 288 | 035 | 1,75 | 211 | 0,30 | 1,52 | 1,83 | 0,28 | 1,39 | 1,67 ..D
Feed Rate Guide ¢ Plunging ¢ IC 16 ¢ fz [mm/tooth]
Insert Programmed Feed per Tooth (fz) Insert
Geometry Max 13mm insert engagement (ae radial engagement) Geometry
...D41 0,08 0,20 0,25 ...D4
..D 010 0,25 0,35 ..D

9
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NOTE: For further details about using the 7792VX series in plunging operations, please see page 23.
Use “Light Machining” values as starting feed rate.
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7792VX

KZKENNAMETAE Technical Information
Ay
Plunging
Tool
¥ Scallop Height @
The scallop height is calculated
/ / I \ in relation to the step over. \)
/ The maximum radial engagement
'l is directly in relation to insert cutting
edge length.
: \ Step Over \
‘ For insert type:
Workpiece XP...06 the ae, max is 3mm.
The cutting edge should not be in contact XD...09 the ae, max is 6mm.
i with the material face after machining to XD...12 the ae, max is 9mm.
— L L] maintain the cutting edge quality. XE...16 the ae, max is 13mm.

ag (Maximum)

The advantages of face milling and producing cavities with the Stellram® high-feed face mill are numerous.

The unique design of the insert, approach angle and the cutter body ensure the cutting forces are predominantly directed in the axial
direction. The example shown with a round insert tool shows complex forces which result in high levels of vibration and damage to
the cutting edge.

7792VX
e Cutting forces Round Insert Tools
predominantly axial. * Tangential forces act around

¢ Relationship between cutting
edge and workpiece is at its
most stable.

¢ Results in high feed rates and
consistent tool life.

kennametal.com

the radius.

e | eads to vibration and damage
of the cutting edge.

e | eads to reduced feed and
lower productivity.

KKKENNAMETAK
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7792VX

Technical Information KZKENNAMETAI:
The 7792VX machines with a constant volume of 7792VX
chip throughout all aspects of producing cavities * Constant cutting section (chip volume)
and produces a side wall that is close to profile. irrespective of position in cavity.

e Producing a close to profile side wall.
¢ Near-square side walls possible.

Round insert tools have increasing chip volume Round Insert Centre Clearance Side Wall
through the process.

* Greater surface contact. .
* Increased chip section for side ’ ﬁ |

wall machining. . :.:J"" . -\\..\%
¢ Vibration in corners. ] =
¢ Undulating side wall cusps.

CNC Programme ¢ Corner Radius Definition

The use of common CAD/CAM systems requires a round insert dimension to be known for cavity machining.
This is available with 7792VX cutters as shown below and in the reference table.

For finish pass applications:
Wiper Facet for finishing use max feed 0,5 mm/z

Programming Data (mm)
Insert corner
] R nose size (IC) Re R L
06 0,80 1,37 0,40
0,80 2,01 0,73
09
1,20 2,27 0,67
0 0,80 2,50 1,02
1,20 2,73 0,97
16 1,20 4,18 146
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Cylindrical Shank Extensions for Modular Heads
KZKENNAMETAE Anti-Vibration Tungsten Alloy with Through Coolant

Cylindrical Shank Extensions for Modular Heads

dimension
ramping angle helical hole
order number catalogue number L L1 Do D D1 M
5673782 M-13-M8-CA16-090 90 40 16 13 8,50 M8
5673352 M-13-M8-CA16-110 110 60 16 13 8,50 M8
5672829 M-13-M8-CA16-130 130 80 16 13 8,50 M8
5673587 M-13-M8-CA16-170 170 120 16 13 8,50 M8
5673703 M-18-M10-CA20-110 110 60 20 18 10,50 M10
5673519 M-18-M10-CA20-130 130 80 20 18 10,50 M10
5672984 M-18-M10-CA20-170 170 120 20 18 10,50 M10
5672830 M-18-M10-CA20-190 190 140 20 18 10,50 M10
5672985 M-21-M12-CA25-131 131 75 25 21 12,50 M12
5672468 M-21-M12-CA25-156 156 100 25 21 12,50 M12
5672986 M-21-M12-CA25-181 181 125 25 21 12,50 M12
5672831 M-21-M12-CA25-206 206 150 25 21 12,50 M12
5672987 M-21-M12-CA25-231 231 175 25 21 12,50 M12
5672832 M-29-M16-CA32-160 160 100 32 29 17,00 M16
5672988 M-29-M16-CA32-210 210 150 32 29 17,00 M16
5673783 M-29-M16-CA32-260 260 200 32 29 17,00 M16
5672989 M-29-M16-CA32-310 310 250 32 29 17,00 M16

NOTE: Order example with cylindrical shank: M-13-M8-CA.625-3.543.

Dy Cylindrical shank extensions can be
> | < used with all modular heads found in
A 1 several product family series, within
this catalogue.
These extensions have the industry
standard of metric threads.
A
L
L
yYv
—»{ Dy [—
—>| o |<—
Shank Extension

Technical Advice

M Modular adaptor

13 Diameter in front of the modular shank (D) = 13mm
M8 Metric Thread (M)

CA16 Cylindrical shank diameter 16mm with through coolant
90 Total length of the body
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