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Explanation of abbreviations

A = dimension A LH left hand rotation
a, = cutting thickness (radial)
a, = cutting depth (axial) M = metric thread
ABM dimension MBM minimum order quantity
APL = panel raising length MC = multi-purpose steel, coated
APT = panel raising depth MD = thickness of knife
AL = working length min™ = revolutions per minute (RPM)
AM = number of knives MK = morse taper
AS = anti sound (low noise design) m min” = metres per minute
ms’ metres per second
b overhang
B = width n RPM
BDD = thickness of shoulder M e = maximum permissible RPM
BEM note NAL position of hub
BEZ = description ND = thickness of hub
BH = tipping height NH = zero height
BO bore diameter NL = cutting length
NLA = pinhole dimensions
CNC Computerized Numerical Control NT = grooving depth
d diameter P profile
D = cutting circle diameter POS = cutter position
DO = zero diameter PT = profile depth
DA outside Diameter PG profile group
DB = diameter of shoulder
DFC = Dust Flow Control (optimised chip clearance) QAL cutting material quality
DGL number of links
DIK = thickness R radius
DKN = double keyway RD = right hand twist
DP = polycrystalline diamond RH = right hand rotation
DRI = rotation RP = radius of cutter
FAB = width of rebate S = shank dimension
FAT = depth of rebate SB = cutting width
FAW = bevel angle SET = set
FLD = flange diameter SLB = slotting width
f, tooth feed SLL slotting length
T, = effective tooth feed SLT = slotting depth
SP = tool steel
GEW thread ST Cobalt-basis cast alloys,
GL = total length e.g. Stellite™
GS = Plunging edge STO = shank tolerance
SwW cutting angle
H height
HC = tungsten carbide, coated D = diameter of tool body
HD = wood thickness (thickness of workpiece) TDI = thickness of tool
HL high-alloyed tool steel TG pitch
HS = high-speed steel (HSS) TK = reference diameter
HW tungsten carbide (TCT)
uT cutting edges with irregular pitch
ID ident number
1\ = insulation glazing \ = number of spurs
A = cutting speed
KBZ = abbreviation v, = feed speed
KLH = clamping height VE = packing unit
KM = edge breaker VSB adjustment range
KN = single keyway
KNL = combination pinhole consists of WSS workpiece material
2/7/42 2/9/46,35 2/10/60
z number of teeth
L length ZA = number of fingers
| = clamping length ZF = tooth shape (cutting edge shape)
LD left hand twist ZL finger length
LEN = Leitz standard profiles

Notes to the Lexicon concerning the diagrams and tables

The statements made in the diagrams and tables relate to specific conditions and represent parameters from tests subjected to defined conditions. Variations
when using tools in individual case due to special application conditions may be possible. Our support team will provide you with detailed information.
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5. Routing

5.1 Sizing and grooving M

Working step/Application

Sizing and grooving.

Workpiece material
[recommended cutting material]

Softwood and hardwood [SP - softwood only, HS, HW, HW solid].

Chipboard and fibre materials (MDF, HDF etc.), uncoated, plastic coated, veneered
etc. [HW, HW solid, DP].

Plywood [HW, HW solid, DP].

Duromers [HW, HW solid, DP].

Plastomers [HS, HW, HW solid, DP].

Solid surface material (Corian, Varicor etc.) [HW, HW solid, DP].

Decorative laminates (HPL-compact laminate, Trespa etc.) [HW solid, DP].
Non-ferrous metal (Aluminium, copper etc.) [HS, HW, HW solid, DP].

In order to avoid melting and build-up on the cutting edge when machining aluminum,
carbide tools should be operated using cooling lubricants (emulsion or minimum
quantity lubrication MQL).

Machine Stationary routers with/without CNC control.
Milling machines with spindles to mount shank tools.
Portable routers.
Operation Sizing, separating cuts (full cut), climb cut, conventional cut.
Cutting edge type Straight cutting edge

Negative twist Positive twist

Straight edges with
shear angle.

Straight edges with shear angle, spiral design.

Spiral cutting edges

iV

Fig. 1: RH-RD

positive twist,

workpiece face side to bottom,
good chip flow into dust extraction.

Fig. 3: LH-LD

positive twist,

workpiece face side to bottom,
good chip flow into dust extraction.

Fig. 2: RH-LD

negative twist,

workpiece face side to top,
supports workpiece clamping.

Fig. 4: LH-RD

negative twist,

workpiece face side to top,
supports workpiece clamping.




5. Routing

5.1 Sizing and grooving M

Technical features

The dimensions in the table below refer to the following tool parameters:

D Diameter of the cutting edge
NL Usable cutting length with specified number of teeth

= = R AL Possible working length, reached in separate steps
GL Total length of the tool

Ipog, i S S Diameter of the shank, e.g. S25 x 60 -> @ 25 mm
GL Maximum clamping length of the shank, e.g. S25 x 60 -> 60 mm

Ipos. Length of the positive axis angle for tools with alternating twist

Shank tolerances Shank diameter
Tools for <12 mm >12 mm
CNC routers h6 g6
Portable routers g7/h8 -

Application parameters

RPM/feed speed
The recommended RPM and feed speeds are detailed in the diagrams next the tool

tables.

Operation notes

Recommended plunging methods:
The following plunging methods are recommended for sizing and grooving tools:

\\
[
\

Ramp plunging Spiral plunging

Router bits wit
RH/LD and LH
plunging.

Axial plunging

h mainly negative cutting shear angles and HW solid router bits with
/RD and router bits without plunging edge are not suitable for axial

—




5. Routing 5.1 Sizing and grooving M

Position the tool relative to the Tools with high negative shear angle. Tools with high positive shear angle..
workpiece

Reference point:
Top of workpiece

\

1}\;’“
V/ /| ]
ZlL'. v Reference point:

Bottom of workpiece
or machine table

Tools with alternating twist should
plunge at least 0.5 mm deeper into the
material than the specified Ipos.

8 min = Ipos. + 0.5 mm

Workpiece clamping Sufficient workpiece clamping is very important on stationary machines.
Insufficient clamping can reduce both the cut quality and tool life considerably.
Panels can be held in place with vacuum clamping, but sometimes additional
mechanical clamping is required.
Small and and arched workpieces in particular require special jigs or clamping
devices which must be made by the customer or sourced from specialist suppliers.

Chip removal For optimum chip removal, tools with predominantly or only positive shear cut should
be used. Check there is sufficient workpiece clamping.

Machining deep slots Cutting lock mortises in door production.

N

Displacement
03 —10.4

Reducing the slot cutting width by approx 0.1 mm per stroke reduces the risk of
breakage as the tool does not touch the side of the slot with the full length of the tool.
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it

5.1 Sizing and grooving
5.1.1 Shank cutters HW and HW turnblade

MAN ’

Grooving cutter, straight cut

Application:
Router cutter for grooving.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools, portable routers.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex plywood
etc.), duromers, plastomers, solid surface material (Corian, Varicor etc.), decorative
laminates (HPL-compact laminate, Trespa etc.), non-ferrous metals (aluminium,
copper etc.), PVC profile extrusions.

Technical information:

Straight cut. End-ground for plunging. Large resharpening area. Good cutting
performance in plastic and compound materials. When machining aluminum, carbide
tools should be operated using cooling lubricants (emulsion or minimum quantity
lubrication MQL).

HW solid, Z 1
WO 120 2
D GL NL S QAL DRI ID
. ) mm mm mm mm
Feed speed vt depending on cutting 8 70 27 8x30 HW solid RH 044468 o
depth a,
o RPM: n,,,, = 24000 min~’!
8 @5x8NL |
@5,9x12NL
7 Il 08x15NL A
8
g
£ 5
ST 4 T
3 e D) i
2 ‘ :
1 1
0 2 4 6 7 8 10
a, [mm] ——»
Workpiece material: Duromers,
plastomers, compound materials
Operation: Grooving, sizing
Speed: n = 16000 - 18000 min~!
® available ex stock 5

O available at short notice
Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Grooving cutter, straight cut

Application:
Router cutter for sizing and grooving.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools, portable routers.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex plywood
etc.), duromers, plastomers, solid surface material (Corian, Varicor etc.), decorative
laminates (HPL-compact laminate, Trespa etc.), non-ferrous metals (aluminium,
copper etc.), PVC profile extrusions.

MAN Technical information:
= Straight cut. End-ground for plunging. Large resharpening area. Short design for
increased stability and reduced vibration. Long design for increased cutting depth

(recommended in several steps). When machining aluminum, carbide tools should
be operated using cooling lubricants (emulsion or minimum quantity lubrication MQL).

HW solid, Z 2, short design

WO 1201 16
D GL NL S DRI ID
mm mm mm mm
Feed speed v; depending on cutting 3 50 6 6x30 RH 041979 e
depth a, 4 50 7 6x30 RH 041952 ¢
4,5 50 8 6x30 RH 041953
10 T w 5 50 10 6x30 RH 041954 o
9 Q7 x17NL | 6 50 14 6x30 RH 041956 o
©10x 20 NL 7 55 17 8x30 RH 041958 o
2 7. O3x6NL 8 55 20 8x30 RH 041985 o
=7 X TONL ] 9 70 18 10x40 RH 041961 @
E 4 \ 10 70 20 10x40 RH 041962 o
£ ‘ 12 70 25 12x40 RH 041963 o
> 5 - @ 7]
4
3 HW solid, Z 2, short design, reinforced shank
9 ! WO 1201 16
0 5 8 10 15 20 25 D GL NL S DRI ID
a, [mm] —— mm mm mm mm
3 55 6 8x40 RH 041981 @
: ol ; 4 515 10 8x40 RH 041982 ¢
Wgrkplece material: Plastic coated 5 55 19 8x40 RH 041983 o
chipboard , 6 55 14 8x40 RH 041984
Operation: Grooving
Speed: n = 18000 min"
Correction factor for vg: HW solid, Z 2, long design
Solid wood = 0.8; Glulam = 0.8; WO 1201 16
Machining across grain = 0.7 D GL NL S DRI ID
mm mm mm mm
10 I~ 3 60 12 6x30 RH 041964 ©
@10x 20 NL | 4 60 12 6x40 RH 041965 e
@12 x 25 NL - 5 80 18 6x40 RH 041966 e
= @3x6NL )
g 95x10NL | RPM: n,,, = 24000 min~’
é |
Workpiece material: Duromers,

plastomers, Corian
Operation: Grooving
a,[mml —=  gpeed: n = 16000 - 18000 min-"

6 ® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Grooving cutter, Z 2

Application:
Router cutter for sizing and grooving.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools, portable routers.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex
plywood etc.).

Technical information:
Straight cut, tungsten carbide plunging tip.

MAN
= HW, Z 2, shank 9.5/ 12 mm
WO 120 1 01
D GL NL S QAL DRI ID
mm mm mm mm
3 34 5 9,5x20 HW solid RH 038014 o
5 39 7 9,5x20 HW solid RH 038018 @
12 72 25 12x40 HW RH 038115 @
14 76 28 12x40 HW RH 038117 @
16 90 35 12x40 HW RH 038147 @
, _ 18 20 35 12x40 HW RH 038148 @
Feed speed v; depending on cutting 20 90 35 12x40 HW RH 038149 o
depth a, 25 92 41 12x40 HW RH 038125 ¢
9 I T
T 8 Ig;;}gﬁt HW, Z 2, shank 10 mm
7 @9 x 18 NL- WO 120 1 01
=682 @3x5NL | p GL NL S QAL DRI ID
£ @5x7NL mm mm mm mm
E ° ‘ 4 49 10 10x35 HW solid RH 038053 @
= 4 ﬂ#@ 1 5 49 12 10x35 HW solid RH 038054 o
s 6 53 14 10x35 HW solid RH 038055 ®
7 55 17 10x35 HW solid RH 038056 ®
2 8 60 20 10x35 HW solid RH 038057 o
; 10 70 23 10x35 HW RH 038058 ®
0 5 8 10 15 20 25 12 70 23 10x35 HW RH 038059 ¢

a, [mm] ——» .
RPM: n = 16000 - 36000 min-?

Workpiece material: Plastic coated

chipboard

Operation: Grooving

Speed: n = 18000 min™’

Correction factor for vg:

Solid wood = 0.8; Glulam = 0.8;

Machining across grain = 0.7

12 T

T
11 I c10..14
@16 ... 24

m“":@ j:
Workpiece material: Plastic coated

9
8
1
7 T
i .
6 i chipboard
5 !
I
4 i
3

v¢ [Mm min] ———
=

Operation: Grooving

Speed: n = 18000 min™!

Correction factor for v;:

0 5 101815 20 25 30 golid wood = 0.8; Glulam = 0.8;
3 [mm] —— Machining across grain = 0.7

® available ex stock 7
0 available at short notice
Instruction manual visit www.leitz.org
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5.1 Sizing and grooving
5.1.1 Shank cutters HW and HW turnblade

Feed speed v; depending on cutting
depth a,

10 ‘ ‘
T 9 Il ©14x50NL |
8
e 7
E ~ L__._ I
£ 6
s= 5
i
4. i
1
s r i
2 \ 1
0 10 20 30 35 40 50

a, [mm] ——

Workpiece material: Plastic coated or
veneered chipboard

Operation: Sizing

Speed: n = 18000 min™’

Correction factor for vi: Machining
across grain = 0.7

Grooving cutter with shear angle

Application:
Router cutter for sizing, grooving and cutting apertures.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex plywood
etc.).

Technical information:
Finishing type Z 1+1 particularly suitable to machine apertures in furniture and doors.
Cutting edges with alternating shear angles for tear-free edges on both sides.

HW, Z 1+1, finishing cut

WO 140 2

D GL NL S DRI ID

mm mm mm mm

14 100 50 12x50 RH 038204 o
14 100 50 14x50 RH 038205 e
14 120 50 25x60 RH 038206 o

RPM: n,, = 24000 min-!

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Roughing router cutter in turnblade design

Application:
Router cutter for sizing and grooving to roughing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:
Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
laminated veneer lumber (plywood, multiplex plywood etc.).

Technical information:
Tungsten carbide turnblade knives arranged in irregular pitch for quiet cutting.
With turnblade knife plunging tip.

HW, Z 1+1

WL 101 2

D GL NL S DRI ID

mm mm mm mm

22 125 55 25x60 RH 041922 o

RPM: n = 16000 - 24000 min™"

Spare knives:

Feed speed v; depending on cutting BEZ ABM QAL VE ID
depth a, mm PCS
Turnblade knife 9x12x1,5 HW-05F 10 005158 o
20 w w Turnblade knife 12x12x1.5 HW-05F 10 005081 e
18 Bl 022x55NL |
Spare parts:
— BEZ ABM ID
c mm
é Oval head screw Torx® 15 M4x5 007037 e
s Oval head screw Torx® 15 M4x6 006225 o
Torx® key Torx® 15 005457 ¢
0 10 20 30 35 40 50
a, [mm] ——»
Workpiece material: Plastic coated
chipboard
Operation: Sizing
Speed: n = 18000 min™!
Correction factor for vi: MDF = 0.8
® available ex stock 9

O available at short notice
Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Roughing router cutter in turnblade design - HeliCut 11

Application:
Router for sizing and grooving to roughing/finishing quality. Cutting of tenons for
frame constructions.

Machine:
Stationary routers with/without CNC control, machining centres, joinery machines,
milling maschines with spindles to mount shank tools.

Workpiece material:
Softwood and hardwood, glulam and laminated wood.

Technical information:

Spiral shaped edge arrangement of the tungsten carbide turnblades (4 times
turnable). Tungsten carbice turnblade plunging knife with chipbreakers for good chip
removal (for D = 40 mm). Tangential fixing of the knives in the dust protected area.
Deep boreholes are to be cut circularly.

HW, Z 2+2

WL 101 2

D GL NL S DRI ID

mm mm mm mm

30 125 60 20x50 RH 041928 @
30 195 120 30x53 RH 041929 ¢
40 235 160 30x53 RH 041927 @

Feed speed v;depending on RPM n )
RPM: n = 6000 - 18000 min-"

7,0 Note:
T T T 1
| Il Weichholz Tool shank S30x53 with recess suitable for many conventional joinery machines.
60 B Hartholz Not suitable for use in shrink-fit chucks.
' On machines with automatic tool changer use collet chuck ER40 together with collet
d =30 mm, ID 679039.
5,0
TZ 4,5 Spare knives:
E40 BEZ Knife ABM forD QAL VE ID
% mm mm PCS
i Turnblade knife  Peripheral tip  11x11x1,5 HW 10 602515 o
3,0 Turnblade knife  Peripheral tip  11x11x1,5 TDC 602904 o
Exchange knife  Plunging tip 20,6x12.7x2 30 HW 10 602531 o
20 Exchange knife  Plunging tip 22x12,7x2 40 HW 602516 o
3000 6000 9000 12000 1500}0418000 21000 Spare parts:
n[min”] ——»
BEZ ABM ID
Workpiece material: Softwood, mm
Hardwood Countersjnk screw, Torxg 15 M4x6 114039 o
Op_ereftion: Sizing and grooving '(I':o(:‘l;gtﬁglmk screw, Torx® 20 'I'\'/Iosn)((g .5 35;22(7):
Axial infeed: &, = 20 - 50 mm Torx® key Torx® 20 117520

Correction factor for v;: Glulam = 0.8

=

Application notes:
Circular pockets and boreholes of a depth
> 1xD have to be cut circularly.

Use ramp-in cutting to produce mortises.

10 ® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org
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5.1.1 Shank cutters HW and HW turnblade

Tool shank S30x53

Roughing/finishing router cutter in turnblade design -
HeliCut Monoblock

Application:
Router for sizing, drilling and grooving to roughing/finishing quality. Cutting of tenons
for frame constructions.

Machine:
Stationary routers with/without CNC control, machining centres, joinery machines,
milling maschines with spindles to mount shank tools.

Workpiece material:
Softwood and hardwood, glulam and laminated wood.

Technical information:

Spiral shaped edge arrangement of the tungsten carbide turnblades (4 times
turnable). Tungsten carbice turnblade plunging knife with chipbreakers for good chip
removal (for D = 40 mm). Tangential fixing of the knives in the dust protected area.

HW, Z 1+1

WL 1012

D A GL NL S DRI ID

mm mm mm mm mm

40 225 180 HSK-E 63 RH 041932 o
40 225 180 HSK-F 63 RH 041933 o
40 235 180 HSK-F 80 RH 041934 o
40 238 180 HSK-A 100 RH 041935 o
40 235 160 30x53 RH 041937 o
40 260 180 30x53 RH 041936 o

RPM: Cutting n = 6000 - 18000 min-’
Drilling n = 3000 - 4000 min-"

Note:

Tool shank S30x53 with recess suitable for many conventional joinery machines.

Not suitable for use in shrink-fit chucks.

On machines with automatic tool changer use collet chuck ER40 together with collet
d =30 mm, ID 679039.

Application note:
Cutting data for circular pocket, tenon, groove and bore machining must be adapted

to the conditions.

Spare knives:

BEZ Knife ABM forD QAL VE ID

mm mm PCS
Turnblade knife  Peripheral tip  11x11x1,5 HW 10 602515 o
Exchange knife  Plunging tip 22x12,7x2 40 HW 602516 o
Spare parts:
BEZ ABM ID

mm

Countersink screw, Torx® 15 M4x6 114039 o
Countersink screw, Torx® 20 M5x6 114040 ¢
Torx® key Torx® 15 005457 @
Torx® key Torx® 20 117520 ¢
® available ex stock 11

O available at short notice
Instruction manual visit www.leitz.org
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5.1 Sizing and grooving
5.1.1 Shank cutters HW and HW turnblade

Feed speed v; depending on cutting
depth a,

I 5 10x20NL |
N g8x20NL
|

R il

v [mmin™] ——
)

N WA OO N 0 ©

8 10 15 20 25
ap[mm] —_—

o
[4)]

Workpiece material: Plastic coated
chipboard

Operation: Grooving, sizing

Speed: n = 18000 min™’

Correction factor for vi: MDF = 0.8

12
11—

10 5 ]
9 o —

Il 216 x50 NL |

v, [mmin] ——
o

i
30 35 40 50
a, [mm] ——»

Grooving router cutter in turnblade design

Application:
Router cutter for sizing and grooving to finish quality.

Machine:
Portable routers, limited suitable: stationary routers with/without CNC control,
machining centres.

Workpiece material:
Softwood, chipboard and fibre materials (MDF, HDF etc.), uncoated, plastic coated,
veneered etc.

Technical information:

Tungsten carbide turnblade knife clamped by wedge. Design without plunging tip
only suitable for ramp plunging. Design with plunging tip limited suitable for axial
plunging.

HW, Z 1, without plunging tip

WL 100 1
D GL NL S DRI ID
mm mm mm mm

8 65 20 10x40 RH 041624 o

9 65 20 10x40 RH 041631 @
10 65 20 10x40 RH 041638 o
10 70 25 10x40 RH 041643 @
11 75 30 10x40 RH 041655 o
12 76 30 10x40 RH 041667 o
14 86 40 12x40 RH 041679 o
16 94 50 12x40 RH 041685 o
16 109 50 16x50 RH 041714 o
RPM: D8-12 mm:n = 18000 - 24000 min™

D 14 - 20 mm: n = 16000 - 24000 min-"
Spare knives:
BEZ ABM for D NL QAL VE ID
mm mm mm PCS
Turnblade knife 20x4,1x1,1 8-9 20 HW-05 10 005186 o
Turnblade knife 20x5,5x1,1 10-12 20 HW-05 10 005187 o
Turnblade knife 25x5,5x1,1 10 25 HW-05 10 005188 o
Turnblade knife 30x5,5x1,1 11-24 30 HW-05 10 005189 ¢
Turnblade knife 40x5,5x1,1 14 40 HW-05 10 005190 ¢
Turnblade knife 50x5,5x1,1 14 - 24 50 HW-05 10 005191 o
Spare parts:
BEZ ABM for D NL ID
mm mm mm

Clamping wedge 17,5x5,15x2,8 8-9 20 009258 o
Clamping wedge 17,5x6,45x4 10 - 11 20 009259 o
Clamping wedge 22,5x6,54x4 10 25 009260 o
Clamping wedge 27,5x6,45x4 11 30 009261 o
Clamping wedge 27,5x7,35x3,7 12-14 30 009263 o
Clamping wedge 37,5x7,35x3,7 14 40 009264 o
Clamping wedge 47,5x10,28x4,2 16 - 24 50 009266 o
Countersink screw, Torx® 8 M2.5x5.7 8 -11 006231 o
Countersink screw, Torx® 8 M3x7.6 12-14 006233 o
Countersink screw, Torx® 15 M4x9.5 16 007847 o
Countersink screw, Torx® 15 M4x11.5 16 - 20 006234 o

Workpiece material: Plastic coated
chipboard

Operation: Jointing (max. a, = 3 mm)
Speed: n = 18000 min-!

Correction factor for vi: MDF = 0.8

12

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org
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5.1 Sizing and grooving

5.1.1 Shank cutters HW and HW turnblade

it

Feed speed v; depending on cutting
depth a,

10 ‘ ‘
T 9 Il 5 35 x 25/32"NL
’ |
T feasil
€
g © !
>~ 5 :
4 !
1
3 i
!
2 1
0 5 8 10 15 20 25

a, [mm] ——

Workpiece material: Plastic coated
chipboard

Operation: Grooving, sizing

Speed: n = 18000 min™’

Correction factor for vi: MDF = 0.8

12 T T
1" B 0 %5 x2°NL |
ae
10 —
= o
c 9 N
€ | I
£ 8
>" 7
6 ______________ -
5
4 i
0 10 20 30 35 40 50

a, [mm] ———»

Workpiece material: Plastic coated
chipboard

Operation: Jointing

(maximum chip removal a, = 3 mm)
Speed: n = 18000 min™’

Correction factor for vs: MDF = 0.8

HW, Z 1, with plunging tip

WL 100 1
D GL NL S DRI ID
mm mm mm mm
14 107 45 12x40 RH 041722 @
RPM: n= 16000 - 24000 min!
Spare knives:
BEZ ABM NL QAL VE ID
mm mm PCS
Turnblade knife 50x5,5x1,1 50 HW-05 10 005191 o
Spare parts:
BEZ ABM ID
mm
Clamping wedge with plunging tip 45x3,7x7,35 009749 o
Countersink screw, Torx® 8 M3x7.6 006233 o
HW, Z 1, without plunging tip, inch types
WL 100 1
D NL GL S DRI ID
in in in in
1/2¢ 13/16“ 2 3/4“ 1/2“ x 1 3/8 RH 041060 e
3/4¢ 2¢ 37/8“ 3/4“ x 1 RH 041067 o
RPM: D 1/2“:n = 18000 - 24000 min-!
D 3/4: n = 16000 - 24000 min-"
Spare knives:
BEZ ABM for D NL QAL VE ID
mm in in PCS
Turnblade knife  30x5,5x1,1  1/2“ 13/16“ HW-05 10 005189 o
Turnblade knife  50x5,5x1,1  5/8“ - 3/4“ 2“ HW-05 10 005191 o
Spare parts:
BEZ ABM for D NL ID
mm in in
Clamping wedge 27,5x7,35x3,7 1/2“ - 35/64“ 1 3/16“ 009263 e
Clamping wedge 47,5x10,28x4,2 5/8“ - 3/4“ 2 009266 o
Countersink screw, Torx® 8 M3x7.6 1/2¢ 006233 o
Countersink screw, Torx® 15  M4x11.5 5/8“ - 3/4“ 006234 ¢

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org
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5. Routing

5.1 Sizing and grooving M

5.1.1 Shank cutters HW and HW turnblade

Feed speed v; depending on cutting

depth a,
11 T T T
T 10 Il ©18...320x30NL |
; i
. ©
8 N
€
e’ !
=" 6 :
5 i
1
4 1
i
3 H
5 10 1315 20 25 30

a, [mm] ——»

Workpiece material: Plastic coated

chipboard

Operation: Grooving, sizing

Speed: n = 18000 min™’

Correction factor for vs: MDF = 0.8

11 ‘ ‘ ‘
T 10 Bl 016...920x30NL |
\
©
e 8 |
€
7
£ 65
=" 6
5
4
3
0 5 10 12 15 20 25

a, [mm] ——»

Router cutter in turnblade design

Application:
Router cutter for sizing and grooving to finish quality. For grooving with constant tool
diameter.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex plywood
etc.), duromers, plastomers, solid surface material (Corian, Varicor etc.), decorative
laminates (HPL-compact laminate, Trespa etc.).

Technical information:

Straight cut. Knife tip designed for seamless cut. Teflon coated tool body for reduced
resin and glue build up. With tungsten carbide plunging tip. Suitable for machining
the narrow edge of painted or foil coated MDF.

HW, Z 1, NL 30 mm

WL 101 1

D GL NL S ID ID

mm mm mm mm LH RH

16 85 30 12x40 040867 o
16 95 30 16x50 040877 e 040878 e
16 95 30 20x50 040879 o
16 105 30 25x60 040872 ¢
18 85 30 12x40 040869 o
20 85 30 12x40 040871 e
20 95 30 20x50 040882 ¢

RPM: n = 16000 - 20000 min""

Spare knives:
BEZ Knife ABM for D QAL VE ID
mm mm PCS

Turnblade knife Plunging tip  7,5x12x1,5 16-18 HW-05F 10 005080 o
Turnblade knife Plunging tip ~ 9x12x1,5 20-24 HW-05F 10 005158 o

Turnblade knife Peripheral tip 30x12x1,5 HW-05F 10 005161 o
Spare parts:
BEZ Knife ABM for D ID

mm mm
Screw Plunging tip M3.5x4 (head D7) 16 - 20 006068 e
Screw Peripheral tip M3.5x4 (head D9) 16 - 20 006226 o
Torx® key Torx® 15 005457 @

Workpiece material: Hardwood, along
grain

Operation: Grooving, sizing

Speed: n = 18000 min-!

Correction factor for vg:

Machining across grain = 0.8

14

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1

Sizing and grooving

5.1.1 Shank cutters HW and HW turnblade

it

Feed speed v; depending on cutting
depth a,

11 ‘ ‘ ‘
T 10 Il 018..020x30NL |
9 Jeie
. ©
T8 N
€
e’ !
> 6 :
5 i
1
4 i
i
3 i
5 10 1315 20 25 30

a, [mm] ——»

Workpiece material: Plastic coated
chipboard

Operation: Grooving, sizing

Speed: n = 18000 min™"

Correction factor for vi: MDF = 0.8

T T T
Il 218...020x30NL |

0 5 10 12 15 20 25
a, [mm] ——»

Workpiece material: Softwood, along
grain

Operation: Grooving, sizing

Speed: n = 18000 min~’

Correction factor for v;:

Machining across grain = 0.8

Machine:

Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools or portable routers.

Technical information:
Straight cut. Knife tip designed for seamless cut. Teflon coated tool body for reduced
resin and glue build up. With tungsten carbide turnblade knife plunging edge.

HW, Z 1, inch types

WL 101 1

D NL
in in
5/8“

111/64¢

GL

in
3 5/8"

RPM: n = 16000 - 20000 min""

Spare knives:
BEZ

Turnblade knife
Turnblade knife

Spare parts:
BEZ

Screw
Screw
Torx® key

Knife

Plunging tip

Peripheral tip
Knife

Plunging tip
Peripheral tip

S DRI
in
1/2“ x 1 3/8“ RH
ABM QAL VE
mm PCS
7,5x12x1,5 HW-05F 10
30x12x1,5 HW-05F 10
ABM
mm

M3.5x4 (head D7)
M3.5x4 (head D9)
Torx® 15

ID

041084 o

ID

005080 e

005161 e

ID

006068 e
006226 o
005457 o

® available ex stock

O available at short notice

Instruction manual visit www.leitz.org
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5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Router cutter in turnblade design

Application:
Router cutter for sizing and grooving. For grooving with constant tool diameter.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:
Softwood, chipboard and fibre materials (MDF, HDF etc.), uncoated, plastic coated,
veneered etc.

Technical information:

Straight cut. Teflon coated tool body for reduced resin and glue build up. Limited
suitable for finish cut. Cutting edge overlap visible on workpiece. With tungsten
carbide turnblade knife plunging tip.

HW, Z 1+1, with staggered cutting edges

WL 101 2

D GL NL S DRI ID

mm mm mm mm

18 125 50 25x60 RH 040925 o
20 133 58 25x60 RH 040928 o

RPM: n = 16000 - 20000 min-!
Feed speed v; depending on cutting

depth a,, Spare knives:
BEZ Knife ABM for D QAL VE ID
" ‘ ‘ mm mm PCS
10 Bl 018x50NL_|  Tyrnplade knife Plungingtip  7,5x12x1,5 16-18 HW-05F 10 005080 e
9 Turnblade knife Plunging tip ~ 9x12x1,5 20-24 HW-05F 10 005158 e
_ Turnblade knife Peripheral tip 30x12x1,5 HW-05F 10 005161 o
'TC 8
E 5 Spare parts:
% 6 BEZ Knife ABM for D ID
55 mm mm
5 Oval head screw Torx® 15 Plunging tip M4x5 18 - 24 007037 o
4 i Oval head screw Torx® 15 Peripheral tip M4x5 18 -24 007038 e
3 i Torx® key Torx® 15 005457 ¢
0 10 20 30 40 50
a, [mm] ——
Workpiece material: Plastic coated
chipboard
Operation: Sizing
Speed: n = 18000 min™’
Correction factor for v: MDF = 0.8
16 ® available ex stock

O available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.1 Shank cutters HW and HW turnblade

Feed speed v; depel
depth a,

nding on cutting

Router cutter in turnblade design

Application:
Router cutter for sizing and grooving to finish quality. For grooving with constant tool
diameter.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:
Softwood, chipboard and fibre materials (MDF, HDF etc.), uncoated, plastic coated,
veneered etc.

Technical information:

Straight cut. Teflon coated tool body for reduced resin and glue build up. Limited
suitable for finish cut. Cutting edge overlap visible on workpiece. With tungsten
carbide turnblade knife plunging tip.

HW, Z 1+1, with 50 mm/30 mm turnblade knives

WL 101 1

D GL NL S ID ID

mm mm mm mm LH RH

18 115 50 16x50 040847 ¢
18 115 50 20x50 040848 ¢
18 125 50 25x60 040849 e¢ 040850 o

RPM: n = 16000 - 20000 min™"

12 — T Spare knives:
" B 218x50NL BEZ Knife ABM QAL VE ID
mm PCS
Turnblade knife Plunging tip 7,5x12x1,5 HW-05F 10 005080 e
Turnblade knife Peripheral tip 30x12x1,5 HW-05F 10 005161 o
Turnblade knife Peripheral tip 50x12x1,7 HW-05F 10 007668 e
Spare parts:
BEZ Knife ABM ID
mm
Oval head screw Torx® 15 Plunging tip M4x5 007037 o
0 5 10 15 20 25 30 35 40 45 50 Oval head screw Torx® 15 Peripheral tip M4x5 007038 o
ap [mm] —— Torx® key Torx® 15 005457 o
Workpiece material: Plastic coated
chipboard
Operation: Sizing
Speed: n = 18000 min~’
Correction factor for vs: MDF = 0.8
® available ex stock 17

O available at short notice

Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.1 Shank cutters HW and HW turnblade

Router cutter in turnblade design

Application:
Router cutter for sizing, grooving and finish cutting to finish quality. Z 2 for increased
feed rates.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
plastic coated, veneered etc., laminated veneer lumber (plywood, multiplex
plywood etc.).

Technical information:

Straight cut. Knife tip designed for seamless cut. Design with plunging tip limited
suitable for axial plunging. Suitable for machining the narrow edge of painted or foil
coated MDF.

HW, Z 2
WL 101 2
D GL NL S ID ID
mm mm mm mm LH RH
25 125 50 25x60 040857 ¢ 040858 e
30 105 30 25x60 040854 o
Feed speed v; depending on grooving 30 125 50 25x60 040853 o
depth a, L -
1 = Jointing cut a, = 0.5 - 2 mm RPM: n = 14000 - 20000 min
2 = Sizing cut ]
Spare knives:
4g 1= Jointing; 2 = Sizing ‘ BEZ Knife ABM forD QAL VE ID
T 16 ijﬁ . o mm mm PCS
© Turnblade knife  Plunging tip 7,5x12x1,5 25 HW-05F 10 005080 o
14 Turnblade knife  Plunging tip 12x12x1.5 30 HW-05F 10 005081 e
= 1 Turnblade knife  Peripheral tip  30x12x1,5 30 HW-05F 10 005161 o
E 0 Turnblade knife Peripheral tip 50x12x1,5 25/30 HW-05F 10 006506 o
% 8 Spare parts:
g BEZ Knife ABM for D ID
Il ©30x30NL ] mm mm
41 MM 030x50NL | Oval head screw Torx® 15 Plunging tip M4x5 25/30 007037 o
2 : : Peripheral tip 25
0 10 20 3033 40 50 Oval head screw Torx® 15 Peripheral tip M4x5 30 007038 e
a, [mm] —— Torx® key Torx® 15 005457 o
Workpiece material: Plastic coated
chipboard
Operation: Jointing, sizing
Speed: n =18000 min-!
Correction factor for vg:
Machining across grain = 0.7; MDF = 0.8
18 ® available ex stock

O available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.1 Shank cutters HW and HW turnblade

0,05-0,2 x 45°

7000 8000 9000 10000 11000
n[min'] ———»

T-groove cutter

Application:
Router for slotting, grooving and undercutting

Machine:
Routing machines with/without CNC conrol. CNC machining centres, special milling
machines with cutting spindles to adapt shank tools.

Workpiece material:
Aluminium, aluminium extruded profiles, thermoplastics

Technical information:

Long version for increased cross sections. When machining aluminum, carbide tools
should be operated using cooling lubricants (emulsion or minimum quantity
lubrication MQL).

Disc cutter HW-solid, Z 4

WO 110 1

D GL AL S Z SB Twist DRI ID

mm mm mm mm mm

12 80 45 8 4 0,8 RD RH 745064 o
18 80 45 8 4 0,8 RD RH 745065 o
20 80 45 8 4 0,8 RD RH 745066 o

RPM: n = 8000 - 10000 min™" v; = 1,0 m min""

® available ex stock 19
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.1 Shank cutters HW and HW turnblade

0,0
8000 10000 12000 14000 16000 18000

n[min'] ——

Grooving cutter, serrated

Application:
Routers for sizing, grooving and pocket milling.

Machine:
Routing machines with/without CNC conrol. CNC machining centres, special milling
machines with cutting spindles to adapt shank tools.

Workpiece material:
Glass and carbon fiber materials or other fiber reinforced materials, PU hard foams.

Technical information:
Multi-teeth geometry for universal application, minimisation of the force influences on
the components, this avoids delamination and breakouts.

HW solid, Z 2

WO 110 1

D GL NL S ID

mm mm mm mm

3 40 12 6 745022 o
4 50 16 6 745023
6 60 19 6 745024 o
8 63 25 8 745025 o
2 60 6 6 745026 o

RPM: n = 10000 - 16000 min' v; = 1,5 - 2,0 m min™"

20

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org



5.

Routing

5.1 Sizing and grooving M

5.1.1 Shank cutters HW and HW turnblade

4,0

3,0

1,0
18000 20000 22000 24000 26000

n[min™'] ——

Grooving cutter, serrated

Application:
Router for sizing, slotting, splitting and delamination-free machining.

Machine:
Routing machines with/without CNC conrol. CNC machining centres, special milling
machines with cutting spindles to adapt shank tools.

Workpiece material:
Carbon fiber materials with duroplastic binders (thickness 1,5 - 4 mm).

Technical information:
Special cutting edge geometry for delamination-free machining, no edge break-outs
as well as high surface qualities due to alternating shear angle.

HW solid, Z2+2

WO 160 2 06

D GL NL S z DRI ID

mm mm mm mm

4 60 14 6 2+2 RH 745032 o
6 60 1lts) 6 2+2 RH 745033 o
8 63 16 8 2+2 RH 745034 o

RPM: n = 20000 - 24000 min~" v¢ = 2,0 - 3,0 m min™"

® available ex stock 21
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.2 Shank cutters HW-solid spiral design

Spiral roughing router cutter

Application:
Router cutter for sizing and grooving in roughing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, laminated wood for window construction, chipboard and
fibre working materials (MDF, HDF etc.), uncoated, laminated veneer lumber
(plywood, multiplex plywood etc.).

Technical information:
Solid tungsten carbide with chipbreakers for good chip removal. Long design for
large cutting depths (recommended in serveral steps).

Z 3, long design, shank 32 mm

WO 160 2

D GL NL S VA Twist DRI ID

mm mm mm mm

40 268 200 32x60 3 RD RH 240542 o

RPM: .y = 12000 min!

Z 3, long design, shank 20 mm

WO 160 2

D GL NL S Z Twist DRI ID

mm mm mm mm

20 155 90 20x65 3 RD RH 240543 o

RPM: N,z = 24000 min™”

Spiral roughing router cutter with extended gullet

Application:
Router cutter for sizing and grooving in roughing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, laminated wood for window construction, chipboard and
fibre working materials (MDF, HDF etc.), uncoated, laminated veneer lumber
(plywood, multiplex plywood etc.).

Technical information:
Solid tungsten carbide with chipbreakers and extended gullet for good chip removal.
Extra long design for large cutting depths (recommended in serveral steps).

Z 3, extra long design, shank 16 mm

WO 160 2

D GL NL AL S z Twist DRI ID

mm mm mm mm mm

25 180 25 110 16x70 3 RD RH 240544

RPM: n,,,, = 18000 min-!

® available ex stock
0 available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.2 Shank cutters HW-solid spiral design

Feed speed v; depending on cutting
depth a,

Spiral roughing/finishing router cutter Marathon

Application:
Router cutter for sizing and grooving in roughing/finishing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
laminated veneer lumber (plywood, multiplex plywood etc.), decorative laminates
(HPL-compact laminate, Trespa etc.), duromers, plastomers, solid surface material
(Corian, Varicor etc.).

Technical information:

Solid tungsten carbide. Tungsten carbide grade and Marathon coating for increased
performance time, particularly in abrasive materials. Recommended for abrasive
materials such as HPL/CPL.

HW, Z 2, short design

WO 1602 15
D D GL GL NL NL S S Z Twist DRI ID
mm in mm in mm in mm in

12,7 1/2* 88,9 31/2“ 38,1 11/2“ 12,7x40 1/2“x11/2“ 2 RD RH 240515e

HW, Z 2, short design, for abrasive materials

I~ WO 1602 15
B 010.. 012 NL=25 D GL NL S z Twist DRI ID
28 | mm mm mm mm
24 10 70 25 10x40 2 RD RH 240200 e
= o o™ 12 70 25 12x40 2 RD RH 240201 o
£ 16 100 40 16x50 2 RD RH 240202 o
16
£
=12 RPM: n,,, = 24000 min-"
10
8
4 i
1
0 !
0 10 20 30 40 50
a, [mm] ——»
Workpiece material: Softwood
Operation: Sizing
Speed: n = 18000 min™’
Correction factor for v;:
Hardwood = 0.8; Chipboard = 1.3;
Glulam = 0.9
25 : ‘ ‘ ‘
T | Wl 216...018 NL=40... 50 |
A
£
£
g Workpiece material: Softwood
Operation: Sizing
Speed: n = 18000 min™!
Correction factor for v;:
Hardwood = 0.8; Chipboard = 1.2;
Glulam = 0.9
® available ex stock 23

O available at short notice
Instruction manual visit www.leitz.org



5. Routing 5.1 Sizing and grooving M
5.1.2 Shank cutters HW-solid spiral design

Spiral roughing/finishing router cutter Marathon

Application:
Router cutter for sizing and grooving in roughing/finishing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, laminated wood for window construction, chipboard and
fibre working materials (MDF, HDF etc.), uncoated, laminated veneer lumber
(plywood, multiplex plywood etc.), plastomers, solid surface material (Corian,
Varicor etc.), PVC window profiles.

Technical information:

Solid tungsten carbide. Marathon coating for increased performance time. Short
design for increased stability. Long design for increased cutting depth (recommended
in several steps). Higher feed speeds than conventional roughing cutters. Extremely
smooth running.

Z 2/ Z 3, short design

WO 160 2 12
D GL NL S z Twist ID ID
mm mm mm mm LH RH
8 65 20 8x40 2 RD 042277 ©
Feed speed v; depending on cutting 10 70 25 10x40 2 RD 042278 o
depth a, 10 70 25 10x40 2 LD 042279 ¢
12 70 25 12x40 3 RD 042280 o
16 ‘ ‘ 12 70 25 12x40 3 LD 042281 ®
14 Bl 08... 010, NL=20 14 80 30 14x45 3 RD 042282 o
N 28... 010, NL=25 16 100 40 16x55 3 RD 042273 @
12 16 100 40 16x55 3 LD 042283 @ 042284 @
18 90 35 18x50 3 RD 042285 o
20 100 45 20x50 3 RD 042286 ©
25 120 60 25x55 3 RD 042287 ©
Z2/Z 3, long design
WO 160 2 12
0 5 1012 15 20 25 D GL NL S z Twist ID ID
8, [mm] —— mm mm mm mm LH RH
32 — 8 80 25 8x55 2 RD 042288 ©
o8 Il 016...20NL40...45 | 10 80 B85 10x40 2 RD 042298 o
BN ©16...20NL 55 ... 60 10 80 35 10x40 2 LD 042299 o
1o N . 12 80 35 12x40 3 RD 042270 ©
= 20 3 i 12 80 35 12x40 3 LD 042289 ¢ 042290 e
E 16 12 90 42 12x40 3 RD 042271 @
E 15 B 14 110 50 14x55 3 RD 042272 ¢
512 14 110 50 14x55 3 LD 042291
8 ; 16 110 55 16x55 3 RD 042274 ©
i 16 110 55 16x55 3 LD 042292 ¢ 042293 @
4 ; 18 120 60 18x55 3 RD 042294 o
0 20 120 60 20x55 3 RD 042275 ©
0 5 101520 25 30 35 40 45 50 20 120 60 20x55 3 LD 042295 @ 042296 ®
ap [mm] —— 20 130 75 20x50 3 RD 042276 o
20 130 75 20x50 3 LD 042297 ©

- ®‘12.‘.. 14‘1NL‘25.‘..3‘07
I ©12...14NL35...50 RPM:

Wood/wood derived material: n = 16000 - 24000 min™"
Plastics: n = 12000 - 18000 min*

Nmax = 24000 min-!

vi [m min~1] ——
N N W
R& R

Workpiece material: Softwood
Operation: Sizing

4
o | RPM: n = 18000 min""
0 5 10 15 20 25 30 35 40 45 50 Correction factor for v
ap [mm] —— Hardwood = 0.8; Chipboard = 1.3; Glulam = 0.9
24 ® available ex stock

O available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.2 Shank cutters HW-solid spiral design

Feed speed v; depending on cutting
depth a,

Spiral roughing/finishing router cutter Marathon

Application:
Router cutter for sizing and grooving in roughing/finishing quality.

Machine:
Stationary routers with/without CNC control, machining centres, joinery machines,
milling machines with spindles to mount shank tools.

Workpiece material:
Softwood and hardwood, glulam, glue-laminated timber and laminated wood.

Technical information:

Solid tungsten carbide. Marathon coating for increased performance times. Long
design for large cutting depths. Higher feed rates with conventional roughing cutters
possible. Extremely smooth running.

Z 3, long design, shank 30 mm

WO 1602 12

D GL NL S Z Twist DRI ID

mm mm mm mm

30 195 120 30x53 3 RD RH 240305 o
40 195 120 30x53 B RD RH 240306 o
40 235 160 30x53 3 RD RH 240307 o
Note:

Tool shank S30x53 with recess suitable for many conventional joinery machines.
Not suitable for use in shrink-fit chucks.
On machines with automatic tool changer use collet chuck ER 40 together with collet

— Il Softwood
7,0— 8 Hardwood
Z 3, long design, shank 32 mm
6.0 WO 1602 12
D GL NL S VA Twist DRI ID
5,0 mm mm mm mm
€ 30 195 120 32x65 3 RD RH 240308 o
i3 40 195 120 32x65 3 RD RH 240309 e
40 40 235 160 32x65 3 RD RH 240310 o
3,0 RPM: n = 6000 - 18000 min™"
sol L ||
3000 6000 9000 12000 15000 18000 21000
n[min'] ———
Workpiece material: Softwood
Operation: Sizing
Axial infeed: a, = 20 - 50 mm
Correction factor for v;:
Hardwood = 0.7; Glulam = 0.8
® available ex stock 25

O available at short notice
Instruction manual visit www.leitz.org



5. Routing

5.1 Sizing and grooving M

5.1.2 Shank cutters HW-solid spiral design

Application example for mortise slot
production

.
Versatz
0,3-0,4

Application data:

Infeed at:

a, 4 - 8 mm per stroke in solid wood;
v 10 - 16 m min'™;

n = 12000 - 18000 min!

a, 8 - 15 mm per stroke in chipboard;
v 12 -18 mmin'™;
n = 12000 - 18000 min!

Spiral roughing/finishing router cutter Marathon

Application:
Router cutter for sizing, grooving and mortise slots in roughing/finishing quality.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, modified timber for window construction, chipboard and
fibre working materials (MDF, HDF etc.) uncoated, laminated veneer lumber (plywood,
multiplex plywood etc.), PVC window profiles.

Technical information:

Solid tungsten carbide. Marathon coating for increased performance time. Extra long
design for increased cutting depth (in several steps). Higher feed speeds than
conventional spiral roughing cutters, extremely smooth running.

Z 2/ Z 3, extra long design, for mortise slots

WO 1602 13
D GL NL AL S Z Twist DRI ID ID
mm mm mm mm mm Set

HSK-F 63
LD RH 240010 e 240500 C
LD RH 240011 e 240501 O
LD RH 240012 e 2405020
RD RH 240000 e
RD RH 240001 e
RD RH 240002 e
RD RH 240003 e
RD RH 240004 ¢
RD RH 240013 e
RD RH 240005 e
RD RH 240014 ¢
RD RH 240006 e
RD RH 240008 e
RD RH 240009 e

8 80 25 51  8x25

10 90 30 51  10x35

12 120 35 80 12x35

12 120 35 80 12x35

14 170 30 95 16x50

14 190 30 120  16x50

16 170 50 105  16x50

16 179 30 120 16x58 *
16 179 30 120  16x58

16 179 30 120 20x58 *
16 179 30 120  20x58

16 205 30 135  20x50

17 190 30 120  20x50

18 170 50 115 20x50

WWWWWWWWWWwWwwMN N

RPM: Wood/wood derived material: D 10-12 mm: n = 18000 - 24000 min™"
Wood/wood derived materials: D 14-18 mm: n = 12000 - 20000 min-"
Plastics: n = 12000 - 18000 min*

* with clamping flat for HOMAG/WEEKE lock case trimming unit.
Note:

Set HSK-F 63 = tools marked with the note ,,Set HSK-F 63 will be supplied mounted
in shrink-fit chuck HSK-F 63.

26

® available ex stock
0 available at short notice
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5. Routing

5.1 Sizing and grooving M

5.1.2 Shank cutters HW-solid spiral design

i
(@.
4 !

Production of keyholes and spyholes by
circular cutting

Application data:

a, 4 - 8 mm per stroke in solid wood;
vi 10 - 16 m min";

n = 12000 - 18000 min

a, 8 - 15 mm per stroke in chipboard;
vi12 - 18 m min";
n = 12000 - 18000 min-"

Application:
Router cutter for sizing and cutting spyholes and keyholes in roughing/finishing
quality.

Workpiece material:

Softwood and hardwood, modified timber for window construction, chipboard and
fibre working materials (MDF, HDF etc.) uncoated, laminated veneer lumber (plywood,
multiplex plywood etc.).

Z 3, extra long design for cutting spyholes and keyholes

WO 1602 14

D GL NL AL S Z DRI ID ID

mm mm mm mm mm Set
HSK-F 63

10 95 45 10x40 3 RH 240100 o

12 120 15 75 12x40 2 RH 240102 ¢

12 140 20 95 12x40 2 RH 240103 ¢

14 130 50 75 14x50 S RH 240104 ¢

14 170 30 95 16x60 3 RH 240108 ¢ 240601 O

16 130 75 16x50 3 RH 240105 ¢

16 170 50 105 16x55 3 RH 240107 ¢ 240600 O

16 170 30 95 16x60 8 RH 240106 o

25 200 120 25x65 3 RH 240300 ¢ 240800

RPM: D 10-12 mm: n = 18000 - 24000 min’
D 14-18 mm: n = 12000 - 20000 min™"

Note:
Set HSK-F 63 = tools marked with the note ,Set HSK-F 63“ will be supplied mounted
in shrink-fit chuck HSK-F 63.
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Workpiece material: Softwood

Operation: Sizing

Speed: n = 18000 min™’
Correction factor for v;:

Hardwood = 0.8; Chipboard = 1.2;

Spiral roughing/finishing router cutter Marathon
alternate twist

Application:
Routers for sizing and grooving in roughing/finishing quality and tear-free cutting
edges on both sides.

Machine:
Stationary routers with/without CNC control, machining centres, milling machines
with spindles to mount shank tools.

Workpiece material:

Softwood and hardwood, chipboard and fibre materials (MDF, HDF etc.), uncoated,
laminated veneer lumber (plywood, multiplex plywood etc.), plastomers, solid surface
material (Corian, Varicor etc.).

Technical information:

Solid tungsten carbide. Marathon coating for increased performance time. Alternate
twist for tear-free cut ed