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Cutting Tools

WINS/FEED DIPOSCUAD"

8-EDGED INSERTS SQGU11/14 AND CUTTERS

8-EDGED SQGU11/14 INSERTS
FOR HIGH PRODUCTIVITY FACE MILLING

Two different lead angles cutters for roughing and high feed machining *
Wiper edge for excellent surface roughness ©

Reinforced edge optimized for high feed machining *

Excellent chip evacuation due to reduced chip volume ©

Enhanced body rigidity for excellent machining performance ©

Fine pitch cutter maximizes productivity ©
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@ biPOSTGUADT CUTTERS & INSERT SQGU11/14

@ Product Overview

Ingersoll has introduced the DiPosQuad" line for rough milling (45°) and DiPosQuad" for high feed face milling ope-
rations with 20° lead angle.

Due to the reinforced cutting edges and the high feed face milling option, face milling is more pro-
ductive than with conventional double-sided 8-edged inserts. Excellent chip evacuation is obtained
due to the high negative radial rake angle and high positive axial rake angle.

Thanks to the higher rigidity of the cutter body, excellent machining performance is achieved under
difficult cutting conditions.

The SQGU11/14 insert can be used interchangeably with 45° roughing cutters and 20° high feed
cutters. SQGU11/14

@ Features & Advantages

* Economical double-sided 8-edged insert
* Two lead angle cutters for roughing and high feed machining

e N\ A
45° cutters: depth of cut for roughing 20° cutters: for high feed milling

f-. = — 200
~ Aﬂ
Max. depth of cut ) Max. depth of cut
SQGUT1:4.2mm Wiper SQGUTT: 1.8 mm

SQGU14: 6.0 mm ) L SQGU14:2.5mm/

* Wiper edge for excellent surface roughness
Note: Good visual roughness requires feed rate adjustment

* Reinforced edge optimized for high feed machining
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@ biPOoSGUAD” CUTTERS & INSERT SQGU11/14

@ Features & Advantages

* High negative radial rake angle and high positive axial rake angle

Conventional DiPosQuad*

* Excellent chip evacuation due to reduced chip volume

* Enhanced body rigidity for excellent machining
performance under harsh cutting conditions

e Fine pitch cutter maximizes productivity

Conventional cutter

&

¥ Reduced Ln;g;oved
L body i
A rgidity rigidity
Reduced body rigidity Improved body rigidity Larger number of teeth
due to the wider space for and ideal chip evacuation for higher productivity
insert clamping and chip evacuation in the narrowest space
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DIPOSUADT FACE MILL DN_G

U
ADAPTION ACC.TO DIN 8030 @

LT
1 N —
=

D1

Designation @

DN6G040R00 40 51 16 38 40 - 45 4,2 4 4 0,4
DN5G040R00 40 51 16 38 40 - 45 4,2 6 4 0,4
DN6GO50R00 50 61 22 45 40 - 45 4,2 6 4 0,5
DN5G050R00 50 61 22 45 40 - 45 4,2 8 v 0,5
DN6G063R00 63 74 22 47 50 : 45 4,2 7 4 1,0
DN5G063R00 63 74 22 47 50 - 45 4,2 10 4 1,0
DN6GO8OR00 80 91 27 70 50 : 45 4,2 8 4 1,6
DN5G080R00 80 91 27 70 50 : 45 4,2 12 v 1,6
DN6G100R00 100 111 32 85 50 - 45 4,2 9 4 24
DN5G100R00 100 111 32 85 50 - 45 42 14 v 2,5
DN6G125R00 125 136 40 85 63 - 45 4,2 12 v 4,0
DN5G125R00 125 136 40 85 63 - 45 4,2 18 4 41
DN6G160R00 160 171 40 110 63 66,1 45 4,2 16 56
DN5G160R00 160 171 40 110 63 661 45 42 24 56

SQGU1105ANR-M

63
Designation fz(min/max) Design 2505 [ IN2510 | IN6537 .....

SQGU1105ANR-M™  0,20/1,50  positive geometry ® (D) ®
* Cutting data dependent on cutter type! @=-p O=M @®@=K @®=N O=5 C=H

® @
SPARE PARTS & /

SM40-115-00 (4,5Nm)  TX15x90-B

@ = insert screw @ = Torx-bit
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DHP@S@MA@F HIGH FEED MILL DG6G

ADAPTION ACC.TO DIN 8030

&

Designation @
DG6GOS0R00 50 635 22 45 40 20 18 4 v 0,50
DG6G063R00 63 765 22 47 50 20 1.8 5 v/ 09
DG6GO8OR00 80 935 27 70 50 20 18 6 v 1,50
DG6G100R00 100 1135 32 85 50 20 1.8 8 v 220
SQGU1105ANR-M

63
L
Designation fz(min/max) Design § IN2505 | IN2510 [ IN6537

SQGU1105ANR-M™  0,20/1,50 positive geometry @ O O
* Cutting data dependent on cutter type! @=P O=M @=K @®=N O=5 C=H

® @
SPARE PARTS & /

SM40-115-00 (4,5Nm)  TX15x90-B

@ = insert screw @ = Torx-bit
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DIPOSUADT FACE MILL DN_K

U
ADAPTION ACC.TO DIN 8030 @

LT
1 N —
=

D1

Designation @
DN6K050R00 50 655 22 45 40 - 45 6,0 4 v 0,6
DN5K050R00 50 65,5 22 45 40 - 45 6,0 6 v 0,6
DN6K063R00 63 78,5 22 47 50 - 45 6,0 6 v 1.1
DN5K063R00 63 78,5 22 47 50 - 45 6,0 8 v 1.0
DN6K08OR00 80 955 27 70 50 - 45 6,0 7 v 1,7
DN5K080R00 80 955 27 70 50 - 45 6,0 10 4 1,7
DN6K100R00 100 1155 32 85 50 - 45 6,0 8 v 2,6
DN5K100R00 100 1155 32 85 50 - 45 6,0 12 v 2,5
DN6K125R00 125 1405 40 85 63 - 45 6,0 10 v 4,4
DN5K125R00 125 1405 40 85 63 - 45 6,0 16 v 43
DN6K160R00 160 1755 40 110 63 66,7 45 6,0 12 59
DN5K160R00 160 1755 40 110 63 66,7 45 6,0 20 59
DN6K200R00 200 2155 60 130 63 1016 45 6,0 18 84
DN5K200R00 200 2155 60 130 63 1016 45 6,0 26 83
SQGU1406ANR-M
;
£
14,5 7.8
Designation fz(min/max) Design .....
SQGU1406ANR-M™  0,25/2,30  positive geometry ® (D) ®
* Cutting data dependent on cutter type! @=p O=M @=K @®=N O=5 C=H

® @
SPARE PARTS & /

TS 50C1301/HG (6,0 Nm)  TX20x90-B
@ = insert screw @ = Torx-bit
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@HP@S@MA@F HIGH FEED MILL DG6K

ADAPTION ACC.TO DIN 8030

Designation

DG6KO063R00 63 806 22
DG6KO8OR00 80 976 27
DG6K100R00 100 1175 32
DG6K125R00 125 1425 40
SQGU1406ANR-M

Designation

SQGU1406ANR-M™

fz2(min/max) Design

0,25/2,30 positive geometry

* Cutting data dependent on cutter type!

®
SPARE PARTS @

15 50C1301/HG (6,0 Nm) - TX20x90-B

47
70
85
85

50
50
50
63

20
20
20
20

&

2,5
2,5
2,5
2,5
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@=P O=M @=kK @®=N O=5 C=H

I

@ = insert screw @ = Torx-bit



@ biPOSUAD® INSERT SQGU11

@ Recommended Cutting Data for SQGU11

lo] =

LT
IINSL——
%,

SQGU1105ANR-M =
Average chip thickness: hm = 0,20 mm ?GD © _
max. cutting depth: ap=4.2mm oD1

Recommended Cutting Data Face Milling (DN_G) Lead Angle K= 45°:

Cutting speed Vc[m/min] Feed per tooth
ISO Material 1st choice dry machining 1st choice wet machining eefz F[)::m(])o
resp. wear resistant carbide resp. tough carbide

unalloyed steel IN2505 250-290 IN6537 200-240 0,20-0,35
alloyed steel 800 N/mm? IN2505 210-250 IN6537 160 - 200 0,20-0,30
alloyed steel 7100 N/mm? IN2505 160 - 180 IN6537 110-130 0,20
M stainless steel IN2505 120-180 IN6537 80-130 0,20-0,30
gray cast iron IN2510 180 - 250 IN2510 150 -200 0,20-0,35
nodular cast iron IN2510 140-210 IN2510 110-160 0,20-0,30
[N aluminum = = = = =
high temperature alloys IN2505 110-125 IN2505 60 - 80 0,20
titanium alloys IN2505 40-50 IN2505 30-40 0,20
n hard machining < 54 HRC IN2505 30-40 = - 0,20
hard machining < 63 HRC - - - - -
@d1
P @d
o/ =
SQGU1105ANR-M - =i ¢
hm = 0,30 mm 5 =IO
ap=1.8mm oD

Recommended Cutting Data High Feed Milling (DG6G) Lead Angle K= 20°:

Cutting speed Vc[m/min] Feed per tooth
1ISO Material 1st choice dry machining 1st choice wet machining eefz F[),%rm(io
resp. wear resistant carbide resp. tough carbide

unalloyed steel IN2505 250-290 IN6537 200-240 0,30-1,50
alloyed steel 800 N/mm? IN2505 210-250 IN6537 160-200 0,30-1,00
alloyed steel 1100 N/mm? IN2505 160 - 180 IN6537 110-130 0,30-1,00
M stainless steel IN2505 120-180 IN6537 80-130 0,30-1,00
. gray cast iron IN2510 180-250 IN2510 150-200 0,30-1,50
nodular cast iron IN2510 140-210 IN2510 110-160 0,30-1,50
[PNY aluminum - - - - -
high temperature alloys IN2505 110-125 IN2505 60 - 80 0,30-1,00
titanium alloys IN2505 40-50 IN2505 30-40 0,30-1,00
n hard machining < 54 HRC IN2505 30-40 - - 0,30
hard machining < 63 HRC = - - - -

Tips:
e The worse the material machinability, the smaller the tool engagement should be chosen.
e The smaller the cutting tool diameter, the higher the cutting speed can be.
e Iftool engagement s less than 1/3 of cutting tool diameter, the feed per tooth should
be calculated with the following formula:
g fz=hmx \/a_De

General Information:
Insert screw: SM40-115-00 Torque: 4,5 Nm Torque wrench: DTN045S with bit DS-T15B1
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@ biPOSUADT INSERT SQGU14

@ Recommended Cutting Data for SQGU14

ad
=L ' T

SQGU1406ANR-M . = )
Average chip thickness: hm = 0,25 mm ; ?Q,D © -
max. cutting depth: ap=6,0mm obl |

Recoemmended Cutting Data Face Milling (DN_K) Lead Angle K= 45°:

Cutting speed Vc[m/min] Feed per tooth
N Material 1st choice dry machining 1st choice wet machining eefz [[J:;rm(io
resp. wear resistant carbide resp. tough carbide

unalloyed steel IN2505 250-290 IN6537 200 - 240 0,25-0,40
alloyed steel 800 N/mm? IN2505 210-250 IN6537 160 - 200 0,25-0,35
alloyed steel 1100 N/mm? IN2505 160 - 180 IN6537 110-130 0,25
M stainless steel IN2505 120-180 IN6537 80-130 0,25-0,30
gray cast iron IN2510 180 -250 IN2510 150 - 200 0,25-0,40
nodular cast iron IN2510 140-210 IN2510 110-160 0,25-0,35
[P aluminum - = = = =
high temperature alloys IN2505 110-125 IN2505 60 - 80 0,25
titanium alloys IN2505 40-50 IN2505 30-40 0,25
n hard machining < 54 HRC IN2505 30-40 - = 0,25
hard machining < 63 HRC - - - - -

@d
o ==

SQGUT406ANRM N = i .
Average chip thickness: hm = 0,40 mm Q‘I; © =
max. cutting depth: ap=25mm oD1

Recommended Cutting Data High Feed Milling (DG6K) Lead Angle K= 20°:

Cutting speed Vc[m/min] Feed per tooth
1SO Material 1st choice dry machining 1st choice wet machining eefz F[Js]fmfio
resp. wear resistant carbide resp. tough carbide

unalloyed steel IN2505 250-290 IN6537 200 - 240 0,40-2,30
alloyed steel 800 N/mm? IN2505 210-250 IN6537 160 -200 0,40-1,80
alloyed steel 1100 N/mm? IN2505 160-180 IN6537 110-130 0,40-1,80
M stainless steel IN2505 120-180 IN6537 80-130 0,40-1,80
gray cast iron IN2510 180-250 IN2510 150-200 0,40-2,30
nodular cast iron IN2510 140-210 IN2510 110-160 0,40-2,30
PN aluminum = = = = =
high temperature alloys IN2505 110-125 IN2505 60-80 0,40-1,80
titanium alloys IN2505 40 - 50 IN2505 30-40 0,40-1,80
hard machining < 54 HRC IN2505 30-40 - - 0,40

hard machining < 63 HRC - = = - -

Tips:
o The worse the material machinability, the smaller the tool engagement should be chosen.
o The smaller the cutting tool diameter, the higher the cutting speed can be.
e If tool engagement is less than 1/3 of cutting tool diameter, the feed per tooth should
be calculated with the following formula:

General Information:
Insert screw: TS 50C1301/HG ~ Torque: 6,0 Nm Torque wrench: DTNVOOS with bit DS-T20TB

‘ I Member IMC Gmup ”
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Ingersoll Cutting Tools
Marketing &Technology

Germany
Ingersoll Werkzeuge GmbH

Kalteiche-Ring 21-25

35708 Haiger, Germany
Phone: +492773742-0
Email:  info@ingersoll-imc.de
Internet: www.ingersoll-imc.de

France
Ingersoll France

22, rue Albert Einstein

F-77420 CHAMPS-sur-MARNE
Téléphone: +33 164684536
E-Mail: info@ingersoll-imc.fr
Site web:  www.ingersoll-imc.fr

EgE

www.ingersoll-ime.de

DﬂP@S@MA@ﬁ

digital version 4-2024 / 3

Printing errors and changes reserved.

Order-no.: none ®



