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High helix face milling tool with 8-cornered double-side inserts

RM8-X
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¢ High performance in stainless steel and aluminum machining due to sharp cutting edge and double reverse
positive relief surface structure.

e Economic tool by double-sided 8 corners and high helix right-handed shape realizing high depth of cut machining.
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High helix face milling tool with 8-cornered double-side inserts

RM8-X

KORLOY launched face milling tool, RM8-X minimizing
cutting load and enhancing stability in machining.

RM8-X with right-handed high helix cutting edge can
cut smoothly in high depth of cut machining and its
optimal minor cutting edge ensures good surface finish.
Double reverse positive shaped relief surface prevents
notch wear due to work hardening layer and the variable
chip breaker is implemented for good surface finish and
strong cutting edge.

Good machinability

- High helix cutting edge and sharp chip breaker
ensure excellent machinability and high speed and
high feed machining.

Stable tool life
- Reverse positive shaped relief surface structure

and the application of strengthened screws realize stable

machining.

To minimize welding with this strong cutting edge, high
helix cutting edge and sharp chip breaker is adopted
S0 it could realize high cutting performance and stable
machining. In addition, RM8-X achieved the cost ef-
fectiveness with the insert’s double side shape ensures
maximum 8 corners.

RM8-X enhances longer tool life by preventing fracture
of cutting edge and increasing wear resistance with
those figural features above and customized grade
selection per the workpiece material.

High surface finish

- Optimal-shaped minor cutting edge enhances high
quality of machining.

Economical tool

- Maximum 8 corners per the insert are available
with its double sided shape.



Code system

Cutter type
RMX8 A C M 063 R 22 6 SA14
Rich Mill  Approach Type Arbor Machining 0il hole & Hand Internal dia.  No. of tooth Available insert
RM8-X angle C: Cutter ~ M: Metric dia. R: With oil hole, 22: (022 mm 6: 6 Teeth SA14: SAGX14
A: 45° A: Inch 063: 963 mm right-handed (SNXM14 is available)
None: Asia NR: Without oil hole,
right-handed
Recommended grade and cutting edge
Type SAGX SNMX SNGX @
Features Strong relief surface Sharp relief surface Sharp relief surface
Workpiece (Ml
SAGX-ML SAGX-MM SNMX-ML SNMX-MM SNGX-MA
Shape
Double reverse positive relief surface Negative relief surface Negative relief surface
Recommended insert and grade for different workpieces (e: 1%t recommendation)
Type
C/B Grade C/B Grade C/B Grade C/B Grade C/B Grade C/B Grade
OML OPC5300 | ® ML ®P(C9540 | OML OPC6510 | @ ML ®PC2510 ®PC2510
SAGX140808ANER | 1 |opcazoo oMM |oPcs300 oMM |opcs3oo |omm | PCO300 | @MV o peons | *MM | o peasgs
SNMX140808ANER | ® MM ®PC3700 oMM ®PC6510 -
o HO5
SNGX140808ANFR - - - - - - - o MA oHOT
Recommended cutting conditions
Workpiece Specific Brinell Grade C/B Grade C/B ML MM
. cutting force| hardness | PC3700 | MM | ML | PC5300 | MM | ML ’
Workpiece IS0 AlSI
IS0 - (N/mm?) (HB) ; ;
materials ve (m/min) fz(mm/t) ve (m/min) fz(mm/) ap (mm)
160 0.30 0.25 150 0.30 0.25
C25 1025 1500 125 215 0.20 0.20 195 0.20 0.20
Non-ferrous 270 | 010 | 010 | 240 | 010 | 0.10
alloy steel
Mn<1.65 160 0.30 0.25 150 0.30 0.25
C45 1045 1700 190 215 0.20 0.20 195 0.20 0.20
270 0.10 0.10 240 0.10 0.10 13
160 0.30 0.25 150 0.30 0.25
Lo ‘i"g steel | 4ocmos 4140 1700 175 215 | 020 | 020 | 195 | 020 | 0.20
= (]
270 0.10 0.10 240 0.10 0.10
150 0.20 0.25 130 0.20 0.25
High alloy steel | y 10 pov5.1 b2 1950 200 195 | 015 | 020 | 170 | 015 | 0.20
>5% H13
240 0.10 0.10 210 0.10 0.10
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Recommended cutting conditions

Workpiece S BT Grade C/B Grade C/B
= pecific rinel ML, MM
Workpiece cutting force | hardness PCO540 | MM | PC5300 | ML MM ’
IS0 materials 1SO AISI (N/mm?) (HB)
vc (m/min) fz(mm/t) vc (m/min) fz(mm/t) ap (mm)
120 0.20 0.25 120 0.20 0.25
X6CrAI13 405
X6Cr17 430 1800 200 160 0.10 0.15 160 0.10 0.15
200 0.05 0.10 200 0.05 0.10
110 0.22 0.25 110 0.22 0.25
Ferritic/ X12CrS13 416
martensitic X6CrMo17-1 434 2850 330 150 0.12 0.15 150 0.12 0.15
190 0.06 0.10 190 0.06 0.10
100 0.20 0.25 100 0.20 0.25
IV X12Cr13 2?8 2350 330 140 0.10 0.15 140 0.10 0.15 1-3
180 0.05 0.10 180 0.05 0.10
X5CrNi18-9 70 0.20 0.25 90 0.20 0.25
- X2CrNi18-9 304
Austenitic X5CrNiMo17-12-2 316 2000 180 95 0.10 0.15 120 0.10 0.15
XCrNiMo17-12-3 120 0.05 0.10 150 0.05 0.10
o 60 020 | 0.25 70 020 | 0.25
AUStiB'J";LL‘;"'t'C X2CrNiMoN22-5-3 | 318LN 2450 260 80 010 | 0.15 95 010 | 0.15
100 0.05 0.10 120 0.05 0.10
Workpiece B ST Grade C/B Grade C/B
= pecific rinel ML, MM
Workpiece cutting force | hardness | Pcesto | ML | MM | FC300 | M | mm ’
IS0 materials 1SO AISI (N/mm?) (HB)
vc (m/min) fz(mm/t) ve (m/min) fz(mm/t) ap (mm)
140 0.25 0.3 120 0.25 0.3
Gray cast iron GG25 No 30B 900 180 180 0.20 0.2 160 0.20 0.2
230 0.10 0.1 200 0.10 0.1 1-3
120 0.25 0.3 110 0.25 0.3
Nodular GGG40 80-55-06 870 155 160 | 020 | 02 145 | 020 | 02
graphite cast iron - ' - "
200 0.10 0.1 180 0.10 0.1
Workpiece i : Grade C/B
Workni : cutst?:: Iff::ce h:rr:i?:is PC5300 ML \ MM s
IS0 Sl e IS0 AlsI (N/mm?) (HB) :
materials ve (m/min) fz(mm#) ap (mm)
30 0.15 0.2
Inconel 625 15156-3 2650 250 45 0.10 0.1
. 60 0.05 0.1
Nickel based
30 0.15 0.2
Inconell 718 9723 3000 320 40 0.10 0.1
50 0.05 0.1
1-3
25 0.15 0.2
Cobalt based alloy Stellite Stellite 3000-3100 300-320 35 0.10 0.1
45 0.05 0.1
30 0.20 0.2
Titanium )
alloy steel Ti-6Al-4V 5832-11 1400 320 50 0.15 0.1
70 0.05 0.1
i Workpiece Specific Rockwell Grade C/B Grade C/B MM
Workpiece cutting force | hardness PC2510 MM PG2505 MM
IS0 materials 1SO AISI (N/mm?) (HRC) . .
vc (m/min) fz(mm/t) vc (m/min) fz(mm/t) ap (mm)
High 40 0.15 40 0.2
hardened steel X40CrMoV5-1 | H13(HRC50) 2750 50 55 0.10 60 0.1 1-3
(heat treatment) 70 010 80 01
Workpiece Specific Grade C/B
N iy Brinell hardness
o Workpiece . " cutting fozrce (HB) HO5 MA
material (N/mm?) ve (m/min) fz(mm/t) ap (mm)
500 0.15
AlMg1SiCu 6061 125-310 30-65 700 0.12
) 1000 0.08
Aluminum -5.5
500 0.15
AlZn5.5MgCu 7075 230-570 60-150 700 0.12
1000 0.08
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Recommended cutting conditions

n Steel V] Stainless steel n Cast iron n Hardened steel
£ g 20 £ 30 g
£ S S S
S 20 S 180 S 20 s
g 200 B B 150 g 200 g 60
S 150 S 120 S 150 K S 50
£ = M E £
3 100 3 9 3 100 3 40
50 60 [ 50 30
0 005 0.10 0.15 0.20 0.25 0.30 0 005 0.10 0.15 0.20 0.25 0.30 0.05 0.10 0.15 0.20 0.25 0.30 0 005 0.10 0.15 0.20 0.25 0.30
Feed per tooth, fz (mm/t) Feed per tooth, fz (mm/t) Feed per tooth, fz (mm/t) Feed per tooth, fz (mm/t)

0 0.05 008 0.10 0.12 0.15 0.18
Feed per tooth, fz (mm/t)

Performance evaluation

Wear resistance

Workpiece Stainless steel (X5CrNiMo17-12-2), 300 (L) x 200 (W) x 100 (H), Steel rectangular tube
Cutting conditions vc= 120 (m/min), fz= 0.15 (mm/t), ap = 2.0 (mm), ae = 50 (mm), dry
Tools [T SAGX140808ANER-ML(PC9540) [T RMX8ACMG3R-22-6-SA16

Tool life
725% more

[ RM8-)‘( 1 [ Competitor]

Surface finish
Workpiece Alloy steel(42CrMo4), 300 (L) x 200 (W) x 100 (H), Steel rectangular tube
Cutting conditions vc = 300 (m/min), fz = 0.25 (mm/t), ap= 2 (mm), dry, Ra = 0.5
Tools [[13 SNMX140808ANER-MM (PC3700)  [RIIE3 RMX8ACMG3R-22-6-SA16

Higher cutting
quality

[ Competitor]

RM8-X 15



Tool selection guide

-O— RM8-X =0O— RM8 =0O— RM14 -—0O— RM16

©

. corner

RM8-X

RM8-X @

* Lower cutting load
» Max. depth of cut

RM8

* Various line-up
* High cost competitiveness
* General use

RM14

 Multi-functions
* More corners

RM16

» Maximum No. of cut
* High cost effectiveness

RM14
Tools Cutting load Max. depth of cut | Cutting quality Multi-function | Cost effectiveness | No. of corner
rme-x &P ok k k Xk k - *x *x *k
RM8 * %k % %k 0. 8.0.8.¢ * %k % %k * *
RM14 1. 0.8. ¢ * % 2. 0.0. ¢ * %k k * %k % %k
RM16 * %k * % * * Yk Kk k 2. 0.8, 8. ¢
Insert
Coated Uncoated Dimensions (mm)
Picture Designation 218|288 - Geomotries
‘ & 5 28 2 222 1Ic | BS| S | R |APMX
(&} (&) [£] [&] (&}
o. o. (-9 o a.
@ SNGX 140808ANFR-MA O|O|O|O|O|O| A| 140 | 121 | 658 | 0.8 55
‘ SAGX 140808ANER-ML O|O|O|A|A|O|O| 140 | 121 | 658 | 0.8 55
@ SAGX 140808ANER-MM O|O|O|O|A|O|O| 140 | 121 | 658 | 0.8 55 s |
G SNMX 140808ANER-MM O|A|A|O|A|O|O| 140 | 121 | 658 | 0.8 55

61 RM8-X

A : Stock item Europe @: Stock item Korea O: Production on demand



RMX8ACM-SA14 M) -aRige
DHUB o ©_.11°--9°
DCON-MS @ A
G ) ‘
o - / . N
- 4 457 | © APMX
. » ‘ DC ‘
j ‘ﬁ DCX
(mm)
Designation Stock © DCX DC DHUB | DCON-MS| LF APMX [\
050R-22-4-SA14 O 4 62.5 50 42 22 40 55 0.34
050R-22-5-SA14 A 5 62.5 50 42 22 40 515) 0.38
063R-22-5-SA14 O 5 75.5 63 42 22 40 55 0.56
063R-22-6-SA14 A 6 1515 63 42 22 40 615) 0.54
080R-27-6-SA14 e} 6 92.5 80 60 27 50 55 1.00
RMX8ACM
080R-27-8-SA14 A 8 925 80 60 27 50 55 1.04
100R-32-8-SA14 @) 8 112.5 100 70 32 50 55 2.05
100R-32-10-SA14 A 10 1125 100 70 32 50 515) 2.06
125R-40-8-SA14 ¢} 8 137.5 125 90 40 63 55 3.34
125R-40-12-SA14 A 12 137.5 125 90 40 63 615) 3.34
080R-25.4-6-SA14 e} 6 92.5 80 60 25.4 50 55 1.02
080R-25.4-8-SA14 (] 8 925 80 60 25.4 50 515) 1.06
RMX8AC 100R-31.75-8-SA14 O 8 112.5 100 70 31.75 63 55 2.08
100R-31.75-10-SA14 L] 10 1125 100 70 31.75 63 515) 2.09
125R-38.1-8-SA14 ¢} 8 137.5 125 90 38.1 63 55 3.43
125R-38.1-12-SA14 [} 12 137.5 125 90 38.1 63 515) 8185
A : Stock item Europe @: Stock item Korea O: Production on demand
Available inserts @.
SNGX-MA SAGX-ML SAGX-MM SNMX-MM
. i Coated Uncoated
Designation
PC2510 PC3700 PC6510 PC9540 PC5300 Ho1 HO5
SNGX 140808ANFR-MA O o) O ) O @) A
SAGX 140808ANER-ML O o) O A A ) )
140808ANER-MM ©) @) O ) A O )
SNMX 140808ANER-MM @) A A O A @) @)
A : Stock item Europe @: Stock item Korea O: Production on demand
Available arbors
Designation DCON Available arbors Designation DCON Available arbors
R-22-[]-SA14 R-25.7-[]-SA14 25.4 BT -FMC25.4-
RMX8ACM 050 [-S 9 BTCIC-EMC22-1 ] RMX8AC 080R-25.7-[-S [J[1-FMC25.4-([]
063R-22-[1-SA14 100R-31.75-[]-SA14 | 31.75 | BTJ[J-FMC31.75-[1[]
080R-27-[]-SA14 27 BTICJ-FMC27-[C] 125R-38.1-[]-SA14 38.1 BTJ[J-FMC38.1-[I[]
100R-32-[]-SA14 32 BTI[J-FMC32-[1[]
125R-40-[]-SA14 40 BTLJ[J-FMC40-[1(]
Parts
Screw Wrench
Specification /%
050 - 0125 FTNA0513 TW20-100
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KORLOY Europe

'. KORLOY: Turkey

] o. '@ 3 o ®:
T e
KORLOY India
KORLOY Network
Head Office

Holystar B/D, 326, Seocho-daero,
Seocho-gu, Seoul, 06633, Korea,
Web: www.korloy.com

Cheongju Factory

55, Sandan-ro, Heungdeok-gu,
Cheongju-si, Chungcheongbuk-do,
28589, Korea

Jincheon Factory

54, Gwanghyewonsandan 2-gil,
Gwanghyewon-myeon, Jincheon-gun,
Chungcheongbuk-do, 27807, Korea

R & D Institute Seoul
Holystar B/D, 326, Seocho-daero,
Seocho-gu, Seoul, 06633, Korea

R & D Institute Cheongju

55, Sandan-ro, Heungdeok-gu,
Cheongju-si, Chungcheongbuk-do,
28589, Korea

Gurgaon Factory

Plot NO.415, Sector 8, IMT Manesar,
Gurgaon 122051, Haryana, India

KTS - Korloy Total Service

[ r]
e S e, - |
GET ITON 2 Download on the
> Google Play [ll @ App Store

KORLOY. China (DINE)
KORLOY. Factory (Qingdao)

i O,
L KORLOY

o Head Office
KORLOY AMERICA

620, Maple Avenue, Torrance,
CA 90503, USA

KORLOY BRASIL

Av. Aruana 280, conj.12, WLC,
Alphaville, Barueri, CEP06460-010,
SP, Brasil

KORLOY CHILE
Av. Providencia 1650, Office 1009,
7500027 Providencia—Santiago, Chile

KORLOY INDIA

Ground Floor, Property No. 217, Udyog
Vihar Phase 4, Gurgaon 122016,
Haryana, India

Get our FREE App
Just download, install and use.

KORLOY: USA

P
KORLOY Mexico L

‘ KORLOY Brasil % *:

&
KORLOY Chile

KORLOY TURKEY

Serifali Mahallesi, Burhan Sokak NO: 34
Dudullu 0SB/Umraniye/Istanbul, 34775,
Turkey

KORLOY MEXICO

Calle R. M. Clemencia Borja Taboada
522, Jurica Acueducto, 76230 Juriquilla,
Qro. Mexico

KORLOY EUROPE

Gablonzer Str. 25-27,
D-61440 Oberursel, Germany
Tel. +49-6171-27783-0

Fax +49-6171-27783-59
Mail: info@Kkorloyeurope.com
Web: www.korloyeurope.eu

20240830

TN93-EN-02




