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Indexable mllling Product overview

Milling inserts
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ANGX-GM ANGX-LH APKT-ALH APKT-APF APKT-APM APKT-LH APKT-NM APKT-PF
1115 1115 1116 1116 071116 1116 11 1116 Edge length
B124,B126,B128, B124,B126,B128, B104,B107,B111, B104,B107,B111, B104,B107,B111, B104,B107,B111, B104,B107,B111, B104,B107,B111, Page
B130,B132 B130,B132 B114,B116,B202,B213 B114,B116,B202, B114,B116,B202,B213 B114,B116,B202, B114,B116,B202, B114,B116,B202,
B213 B213 B213 B213
, @Y S & & &
L @ o '
A\ -—
APKT-PM/PR APKT-XR APMT CNE-A/B HNEX-DR HNGX-HDR HNGX-MR LNCX
111516 11 1116 12 09 09 09 18 Edge length
B104,B107,B111, B104,B107,B111, B118 B174 B64 B218 B218 B220 Page
B114,B116,B202, B114,B116,B202,
B213 B213
f i L | H 9 9 g
— =i - o 4 U
LNE32.534 LNKT-GL LNKT-GM LNKT-ZR MPHT-DM ODHT-GH ODHT-GL ODHT-GM
081216 081216 12152025 0608 12 06 06 06 Edge length
B219 B120,B122 B120,B122 B66, B73, B0 B156,B158,B176 B47 B47 B47 Page
€
ODHT-LH ODMT-GM OFKR-DF OFKR-DM OFKR-LH OFKT-DF OFKT-DM OFKT-LH
06 06 07 07 07 05 05 05 Edge length
B47 B47 B45 B45 B45 B43 B43 B43 Page
ONHU-CM ONHU-GH ONHU-GL ONHU-GM ONHU-PF ONHU-PM PNEG-CF PNEG-CM
06 08 06 06 06 08 06 08 06 08 11 11 Edge length
B49,B51 B56 B56 B56 B49,B51 B49,B51 B59, B61 B59, B61 Page
PNEG-CR PNEG-PF PNEG-PM PNEG-PR RCKT-DM RCKT-DR RCKT-ER RCKT-NM
11 11 11 11 101216 20 1216 20 1216 20 1216 20 Edgelength
B59, B61 B58,B61 B58,B61 B58,B61 B89, B92 B89, B92 B89, B92 B89, B92 Page
@ o @ B A O &
RDKT-MM RDKW ROHX SDMT SDMT-DM SDMT-NM SDMT-PM SEEN
1012 070810121620 1216 20 09 06091215 0912 06091215 12 Edge length
B95, B99, B205 B95, B99, B205 B137 B135 B164,B167,B198,B211 B164 B164,B167,B198, B41 Page
B211




Product overview Indexable mi"ing

Milling inserts
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SEET-APF SEET-APM SEET-APR SEET-CF SEET-CM SEET-CR SEET-DF SEET-DM
0912 0912 0912 12 12 12 12 1218 Edge length
B77 B77 B77 B35, B37 B35,B37 B35,B37 B35,B37 B35,B37 Page
Ol a o @ l Y | € ®
- ~m A 4 A 4 — -
SEET-DR SEET-EF SEET-EM SEET-LH SEET-PF SEET-PM SEET-PR SEET-W
12 12 12 12 0912 0912 0912 12 Edge length
B35,B37 B35,B37 B35,B37 B35, B37 B77 B77 B77 B34,B37 Page
- b -
SEKN SEKR SNEG-E SNEG-GM SNEG-GR SNEG-HGR SNEG-W SNKN
1215 12 15 1215 121519 15 12 1215 Edge length
B40 B41 B53 B53 B53 B53 B54 B221 Page
g =
iy - B
\ — A A — — —
SPCN SPGN SPKN SPKR SPKR-GM SPKT SPKW SPMR
1215 12 1215 12 1215 12 12 0912 Edge length
B222 B225 B70 B71 B71 B68 B68 B223 Page
A A A
-— -— -— —— " — [ ]
SPMT SPMT-HT SPMT-KT SPMT-PM SPUN TPKN TPMR TPUN
060912 0912 06 12 1215 1622 1116 22 111622 Edge length
B135,B184, B186, B224 B135,B224 B178,B180,B182 B225 B75,B226 B227 B227 Page
B188,B190,B192,
B194
&) e <& 0 & &6 S
WPGT WPGT-PM XEEC XPHT-GM XSEQ ZDET ZDET-PM ZOHX-GF
0506 08 09 0506 08 09 12 16202530324050 12 0811 13 121620253032 Edge length
B169,B171, 8200 B169,B171, B200 B87 B139,B141,B143, B152,B154 B134 B134 B147,B149, B209 Page
B145,B196
. _
-~ . A
ZOHX-GM ZPNT
121620253032 22 Edge length
B147,B149,B209 B134 Page
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Indexable mllling System overview

Face milling

. . Application
Series Milling body Inserts Kr B v Features Page
S A4 - Diameter range @50 - 315 mm
5 ». ‘ « For steel, stainless steel, cast iron, non-
S SEET12T3 o ferrous metals and heatresistant alloys
FMAO1 r G SEET18T6 45 Y (I v « Milling cutter with positive, soft cutting B33
geometry
« Wiper inserts for good surface quality
- N4 - Diameter range @50 - 125 mm
g; é \ « For steel, stainless steel, cast iron, non-
) SEET12T3 o ferrous metals and heatresistant alloys
FMA02 =9 45 v (I v « Milling cutter with positive, soft cutting B36
/,‘\ geometry
- Wide pitch
& « Diameter range @80 - 315 mm
p Y « For steel, stainless steel and cast iron
FMAO03 { ?} ‘ SEEN1203 45° | v | v | v | v « Milling cutter with positive, soft cutting B39
; SEKN1203 geometry
I SEKR1203 - Wedge clamping
SEKN1504
SEKR1504
& e « Diameter range @50 - 160 mm
* B OFKTO5T3 « For steel, stainless steel, cast iron and
FMAO04 L\’v W' 45° | v | v | v | v non-ferrous metals B42
\ ffi" = « Inserts with eight cutting edges
« Screw clamping
[ ] ! |
\\.../(
p— « Diameter range @125 - 315 mm
> ~ . .
o e Y « For steel, stainless steel, cast iron and
FMAO04 i Ay ] OFKR0704 45° | v [ v | v | v non-ferrous metals B44
”ﬂ pl P 7 « Inserts with eight cutting edges
+Wedge clamping
« Diameter range @50 - 160 mm
« For steel, stainless steel, cast iron and
FMAO04 OD*T0605™* 45° | v | v | v | v non-ferrous metals B46
« Inserts with eight cutting edges
« Screw clamping

v Very suitable

B4

v Suitable




System overview Indexable milllng

Face milling

Application
Series Milling body Inserts Kr Features Page
P M|K NS
- Diameter range @25 - 50 mm
FMAO07 ONHU0604 45° | v v « For steel and cast iron B48
ONHUO08T5 - Inserts with 16 cutting edges
e‘ - Diameter range @40 - 315 mm
FMAO07 > P ONHU0604 45° | v v « For steel and cast iron B50
r‘ ONHU08T5 « Inserts with 16 cutting edges
« Diameter range @63 - 315 mm
« For steel, stainless steel and cast iron
« Inserts with eight cutting edges
FMA11 SNEG1205 45° | v | v | v v - Double sided, thicker inserts for high B52
SNEG1506 stability and deeper cutting depths
SNEG1907 - Wiper geometry for good surface quality
« Normal and fine pitch
N . « Diameter range @63 - 315 mm
FMA12 ON*U0604 45° | v | v | v « For steel, stainless steel and cast iron B55
ONHU08T6 « Inserts with 16 cutting edges
« Diameter range @50 - 315 mm
« For steel, stainless steel and cast iron
FMDO02 PNEG1105 67° | v | v | v - Inserts with ten cutting edges B57
« Wedge clamping or screw clamping
« Normal and fine pitch
« Diameter range @50 - 315 mm
« For steel, stainless steel and cast iron
FMDO02 PNEG1105 67° v - Inserts with ten cutting edges B60
«Wedge clamping or screw clamping
« Normal and fine pitch

v Very suitable

v Suitable

Bs

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling System overview

Face milling

. - Application
Series Milling body Inserts Kr B v Features Page
N\ —
gy
“-“g « Diameter range @80 - 315 mm
HNEX0905 ° « For castiron
FMDO02 f” " "7 55 v Wedge damping B63
2 « Inserts with twelve cutting edges
.Y - Diameter range @100 - 400 mm
l¢& ) % - For steel, stainless steel and cast iron
FMDO3 " A\ LNKT2007-ZR 60° | v v - Tangential insert with four cutting edges B65
’\5,\4 LNKT2510-ZR « Heavy duty machining for high cutting
depths- Screw clamping
> N v
== .
£ . « Diameter range @50 - 125 mm
FMEO02 g/ o SPKT1204 75° v | v | v - For steel and cast iron B67
). \7" Q Q! SPKW1204 - Screw clamping
e
i A
4 3
- == - \______J
- @ - Diameter range @80 - 400 mm
FMEO3 C SPKN1203 75° | v | v | v - For steel and cast iron B69
"J SPKRT203 « Wedge clamping
SPEX1203
SPKN1504
SPKR1504
SPEX1504
- Diameter range @125 - 315 mm
« For steel, stainless steel and cast iron
LNKT1506-ZR o - Tangential insert with four cutting edges
FMEO04 73 v 7 « Heavy duty machining for high cutting B72
depths
« Screw clamping
A
» we .“ « Diameter range @80 - 315 mm
r( ’ ! « For steel, stainless steel and cast iron
FMPO1 TPKN2204 0 |v v |v v - Milling cutter with positive, soft cutting B74
geometry
+Wedge clamping

v Verysuitable v Suitable

Be




System overview Indexable milllng

Face milling

Application A

Series Milling body Inserts Kr M | e Features Page
e |
|
-, — g
¥ ] =
d . )_ - Diameter range @50 - 315 mm c
« For steel, stainless steel, cast iron an non- =
FMP02 -y SEET09T3 WV (v v iv| v v ! ’ B76 =
<o SEET1203 ferrous metals
’ ’ « Screw clamping
( % \ - Diameter range @50 - 315 mm
\ a . .
i LNKT120608-ZR o « For steel, stainless steel and cast iron
FMPO3 \‘\\.’4 LNKT1506EN-ZR 89 7 7 - Tangential in;ert with four cutting edges B79 o
LNKT2007DN-ZR - Screw clamping c
LNKT2510-ZR =
=
« Diameter range @50 - 315 mm
WNHU0604 o « For steel, stainless steel and cast iron
FMP12 WNHU0806 90 7 7 «Tangential insert with four cutting edges B8
« Screw clamping
(@)]
=
=
& -
- Diameter range @50 - 315 mm
WNHU0604 o « For steel, stainless steel and cast iron
FMP12 g 90 7 7 - Tangential insert with four cutting edges B83
« Screw clamping
=
© O
« Diameter range @50-125 mm i~ =
« High feed finishing cutters for steel and _g =
cast materials [} 5
FMWX XEEC1209 v v « Inserts with four cutting edges B86 |9 “E
« Reserve insert seats for increased safety =
«The milling body is only equipped with
two opposing inserts
/ - Diameter range @25 - 63 mm
o RCKT10T3 « For steel, stainless steel, cast iron, non-
FMRO1 (?I// RCKT1204 v I v ferrous metals and heatresistant alloys B8s
L o} RCGX1204 « Screw clamping 35
©
=
v Verysuitable v Suitable

N
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Face milling
. . Application
Series Milling body Inserts Kr Features Page
P/M K|/ N|S|H
Q'( e\f\ « Diameter range @50 - 250 mm
& RCGX1204 « For steel, stainless steel, cast iron, non-
FMRO2 @’ N \/”"’ y RCKT1204 vV R ferrous metals and heatresistant alloys B9
- 2 RCMW1204 « Screw clamping
RCKT1606
RCKT2006
/ « Diameter range @15 - 50 mm
o RD**0803 - For steel, stainless steel and cast iron
FMRO3 & \/ RD**10T3 v [ Y |.screw clcilmping Bo4
0, b
6/3 RD**1204 » Mould and die industry
« Diameter range @15 - 50 mm
« For steel, stainless steel and cast iron
FMRO3 | =—jm RDKW0702 viviv . B9
RDKW1003 « Screw clamping

» Mould and die industry

[\ v

4 e‘ ! - Diameter range @50 - 200 mm
FMRO4 @ : (:\ ﬁg:: ggg v vy v Eg:es\}vejé:;r:;ss steel and cast iron B98
’ RD**2006 « Mould and die industry
- Diameter range @42 - 200 mm
« For steel, stainless steel and cast iron
FMRO4 RDKW1003 v i v v o > B100
RDKW12T3 « Screw clamping
RDKW1604 +Mould and die industry

v Very suitable

Bs

v Suitable



System overview Indexable milllng

Square shoulder milling

. . Application
Series Milling body Inserts Kr Features Page
P M KIN|S
’ y « Diameter range @12 - 63 mm
—_—— « For steel, stainless steel, cast iron, non-
/ ferrous metals and heatresistant alloys
APKT0702 - Weldon shank
—
EMPO1 < ? APKT11T3 NV (v v iv| iv| v « For square shoulder milling, slot milling B103
G- APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
’ y « Diameter range @12 - 63 mm
—_— « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
APKT11T3 + Weldon shank
EMPO1 APKT0702 WV (v i v iv| v v « For square shoulder milling, slot milling B106
APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
— « Diameter range @40-250 mm
- . « For steel, stainless steel, cast iron, non-
¥ ferrous metals and heat-resistant alloys
o , N APKT0702 o « For square-shoulder, slot and plunge
EMPO02 P\ . APKT11T3 WV (v v iv| iv| v milling B109
l l _ APKT1604 « Milling cutter with positive, soft cutting
geometry
« INSERTSs with two cutting edges
_“ « Diameter range @50-100 mm
) X « For steel, stainless steel, cast iron, non-
! @ = APKT11T3 ferrous metals and heat-resistant alloys
- F -shoul | |
EMPO3 i 1 90° v lvlviv n(])i:”s:;are shoulder, slot and plunge B113
\ i ! « Milling cutter with positive, soft cutting
i geometry
« INSERTs with two cutting edges
— - Diameter range @20-40 mm
« For steel, stainless steel, cast iron, non-
- ferrous metals and heat-resistant alloys
L
EMPO4 ¥ g ; APKT11T3 90° « For square-shoulder, slot and plunge B115
ST v milling
o - Milling cutter with positive, soft cutting
geometry
« INSERTs with two cutting edges
‘_ \_' « Diameter range @25-40 mm
- « For steel, stainless steel and cast iron
« Straight shank
e APMT1135 « For square-shoulder, slot and plunge
EMPO5 g _—d 90° | v | v | v milling B117
W « Milling cutter with positive, soft cutting
geometry
« INSERTSs with two cutting edges
« Machining in z-direction possible
v Verysuitable v Suitable
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Indexable mllling System overview

Square shoulder milling

. . Application
Series Milling body Inserts Kr v TG Features Page
G « Diameter range @40 - 125 mm
« Sharp cutting edge geometry combined
with robust tangential inserts
LNKTO804PNR 5 « First choice for large cutting depths with
EMP09 LNKT1206PNR 90 vi|v high feed rates. BI19
LNKT1607PNR « Specially designed cutting edge with
high precision control for high quality 90
degree square shoulder milling
G « Diameter range @40 - 80 mm
« Sharp cutting edge geometry combined
with robust tangential inserts
LNKT1206PNR o « First choice for large cutting depths with
EMP09 %0 v high feed rates. B121
« Specially designed cutting edge with
high precision control for high quality 90
degree square shoulder milling
—ﬂ.; \
1l
n
- - Diameter range @40 — 250 mm
o e « For steel, cast iron and non-ferrous metals
EMP13 e . ‘1 ANGXT105 90° v v | v + Double sided, thicker inserts for high B123
- [‘ ANGX1506 stability and deeper cutting depths
g « Inserts with four cutting edges
1l
9}? - Diameter range @25 - 40 mm
i « For steel, cast iron and non-ferrous metals
EMP13 “ ANGX1105 90° vV | v | v - Double sided, thicker inserts for high B125
Al ANGX1506 stability and deeper cutting depths
— « Inserts with four cutting edges
1l
% &J « Diameter range @25 - 40 mm
| « For steel, cast iron and non-ferrous metals
EMP13 | ANGX1105 90° v | v | v - Double sided, thicker inserts for high B127
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges

v Verysuitable v Suitable

B1o




System overview Indexable milllng

Square shoulder milling

. . Application
Series Milling body Inserts Kr Features Page
P M KIN|S
2
- Diameter range @50 — 80 mm
« For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 N0 | v | v | v | v « Double sided, thicker inserts for high B129
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
> |
,:q_.
ﬁ&, - Diameter range @25 - 40 mm
/ « For steel, cast iron and non-ferrous metals
EMP13 U ANGX1105 WV v v v v + Double sided, thicker inserts for high B131
' f ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
Profile milling
:u v
T - Diameter range @20 - 63 mm
™ ZDETO08T2 & SPMT0603 « For steel, stainless steel and cast iron
BMRO1 L;:/ S OET1300. <hTocoS vV Vv |V - Very suitable for roughing of big moulds B133
s ZDET13T2 & SDMT0903 « Inserts with three cutting edges
ZPNT2204 & SPMT1204
[ P
- Diameter range @12 - 20 mm
/// « For steel, stainless steel and cast iron
BMRO02 / ROHX1203 vV | v | v - Very suitable for finishing in mould and B136
(O ROHX1604 die industry
ROHX2005 - Inserts with two cutting edges
$ XPHT16 - Diameter range @16 - 40 mm
% XPHT20 « For steel and cast iron
BMRO3 7z vV | v | v «Very suitable for roughing in mould and B138
/ XPHT25 die industry
XPHT30 - Tool with high stability
XPHT32
XPHT40

v Very suitable v Suitable
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Indexable mllling System overview

Profile milling

Application
Series Milling body Inserts Kr B v Features Page
» - Diameter range @16 — 40 mm
7 iE:$;8 - For steel and cast iron
BMRO3 ) vV v | v « Very suitable for roughing in mould and B140
(« XPHT25 die industry
5 XPHT30 - Tool with high stability
XPHT32
XPHT40
XPHT50
< XPHT20 - Diameter range (3.16—40 mm
XPHT25 « For steel and cast iron
BMRO03 / vi iv| v « Very suitable for roughing in mould and B142
P XPHT30 die industry
XPHT32 «Tool with high stability
XPHT40
XPHT50
XPHT40 - Diameter range (3.16—40 mm
XPHT50 « For steel and cast iron
BMRO03 Vi iv| v « Very suitable for roughing in mould and B144
die industry
« Tool with high stability
=/
« Diameter range @12 - 32 mm
/ « For steel, stainless steel and cast iron
BMRO04 ZOHX12 vV | v | v - Very suitable for finishing in mould and B146
@/ ZOHX16 die industry
ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32
=/
« Diameter range @12 - 32 mm
) - For steel, stainless steel and cast iron
BMRO04 / ZOHX12 vV | v | v - Very suitable for finishing in mould and B148
(= ZOHX16 die industry
ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32
v Verysuitable v Suitable

B12




System overview Indexable milllng

Slot milling
Application
Series Milling body Inserts Kr Features Page
M| K|N|S
k ~
:15 ﬂ -\
. m - Diameter range @100 - 250 mm
1 3 ; XSEQ1202 o « For steel, stainless steel and cast iron
SMPOT o\_J - XSEQ1203 % V1Y » Bore with keyway o
¢ > Q XSEQ12T3 « Groove widths 4, 5,6, 7,8 mm
| - Lge XSEQ1204
XSEQ12T4
k ~i
~\
p s o
-l - ~ « Diameter range @63 - 160 mm
SMPO1 ot s, 5 XSEQ1202 920° v | v « For steel, stainless steel and cast iron B153
e 1 XSEQ1203 « Groove widths 4, 5,6, 7,8 mm
XSEQ12T3
XSEQ1204
XSEQ12T4
L @
y = X « Diameter range @80 — 200 mm
- MPHT0603 o « For steel, stainless steel and cast iron
SMpo3 e Q Y MPHT0803 I R R ¢ » Bore with keyway "
> ~ MPHT1204 « Groove widths 8,10, 12, 16, 18,20 mm
\
Ly
ey
a g ] - Diameter range @80 - 200 mm
SMPO3 o MPHTO0603 0 | v v |wv - For steel, stainless steel and cast iron B157
X MPHTO0803 - Groove widths 8, 10, 12, 16, 18, 20 mm
) MPHT1204
/ - Diameter range @25 - 44 mm
SMPO5 A = Qc16L 0° v | v |v - For steel, stainless steel and cast iron B159
&*& =il QC22L « Groove widths range 1,1 - 4,8 mm

v Very suitable

v Suitable
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System overview

High-feed milling

Application
Series Milling body Inserts Kr v TG Features Page
s .
- Diameter range @20 - 40 mm
« For steel, stainless steel and cast iron
XMRO1 } SDMTO6T2 15° v | v « Inserts with four cutting edges B163
o~ SDMT09T3 - Ramping possible
SDMT1204 - Double clamping system for inserts
SDMT1505
e \———
@ 3 - Diameter range @40 - 125 mm
8 = o « For steel, stainless steel and cast iron
XMRO1 4 S SDMT06T2 15° v | v - Inserts with four cutting edges B165
4 SDMT09T3 « Ramping possible
SDMT1204 + Double clamping system for inserts
SDMT1505
=
_— - Diameter range @20 - 40 mm
\ o « For steel, stainless steel and cast iron
XMRO1 = o’ WPGT0503 1212° v | v - Inserts with three cutting edges B168
‘;: WPGT0604 « Ramping possible
« Double clamping system for inserts
Z
, ’ s ‘ « Diameter range @42 - 160 mm
gr ./, 11 « For steel, stainless steel and cast iron
XMRO1 Lo WPGT0604 29 v | v - Inserts with three cutting edges B170
| WPGT0806 - Ramping possible
s WPGT0907 - Double clamping system for inserts
Bore milling
>
8 .
~ S\ *
- f \’ « Diameter range @80 - 400 mm
XMPO1 ?- ‘, 4 CNE12 N0 | v | v | v « For steel, stainless steel and cast iron B173
?l 5 5 « Also for face and square shoulder milling

v Very suitable

B14

v Suitable




System overview Indexable mi"ing

T-slot milling

Application
Series Milling body Inserts Kr Features Page
M| K|N|S
/ - Diameter range @21 - 60 mm
TMPO1 Y N\ MPHT0603 90° v | v - For cast iron B175
n MPHTO0803 - Groove widths 9, 11, 14, 18, 22,28 mm
‘ MPHT1204
Helical milling
J - Diameter range @40 - 50 mm
HMPO1 APKT1504 &SPMT1204 | gge v | v « For steel and cast iron B177
1 4 « Weldon shank
Q‘Q\ - Diameter range @50 - 80 mm
HMPO1 P S\ APKT1504 &SPMT1204 | g00 | , | | o - For steel and cast iron B179
\ &” « With JT coupling
/&\% « Diameter range @50 - 80 mm
e\ ¢ APKT1504 & SPMT1204 . - For steel and cast iron
HMPO1-EC| . :;‘;.% 90° [ v |v | v WithoT coupling B181
/éyv' « With indexable head

v Very suitable

v Suitable
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Indexable mllling System overview

Chamfer milling
. - Application
Series Milling body Inserts Kr Features Page
P M|K NS
—
/ - Diameter range @12 - 32 mm
CMZ01 o SPMT1204 30° | v | v | v « For steel, stainless steel and cast iron B185
s ? « Chamfer milling cutter 30°
—
/ - Diameter range @12 - 32 mm
CMZ01 o SPMT1204 30° | v | v | v - For steel, stainless steel and cast iron B183
8 ? « Chamfer milling cutter 30°
——
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMAO1 y( Y 45 v [ « Chamfer milling cutter 45° 8187
Iy +Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMAO01 y( \ 45 VIV |V « Chamfer milling cutter 45° B189
5 + Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMDO1 y( ; 60° | v | v |V « Chamfer milling cutter 60° B191
5 « Weldon shank
—
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMDO1 y( ) 60° | v |v v + Chamfer milling cutter 60° B193
Iy « Weldon shank
v Verysuitable v Suitable

B1e



System overview Indexable milllng

Indexable heads - QCH series

. . Application
Series Milling body Inserts Kr Features Page
P M KIN|S
XPHT16 « Diameter range @16 - 32 mm
° .
v XPHT20 « For steel and cast iron
QCH-XPHT @M XPHT25 v - Very suitable for roughing in mould and B195
XPHT30 die industry
XPHT32
o u
- Diameter range @20 - 40 mm
e « For steel, stainless steel and cast iron
QCH-SDMT 5= ]mmm SDMTO6T2 15 | v | v | v - Inserts with four cutting edges B197
‘b SDMT09T3 « Ramping possible
SDMT1204 « Double clamping system for inserts
— - .
! « Diameter range @16 - 42 mm
L 17° « For steel, stainless steel and cast iron
QCH-WPGT WPGT0503 220 vV |v | Vv « Inserts with three cutting edges B199
- WPGT0604 « Ramping possible
».‘ W WPGT0806 - Double clamping system for inserts
’ | « Diameter range @16-40 mm
\ « For steel, stainless steel, cast iron, non-
ferrous metals and heat-resistant alloys
- F -shoul | |
ﬁ > APKT11T3 nz:”sr?;are shoulder, slot and plunge
QCH-APKT ‘.\ ““m APKT1604 90 MV I R « Milling cutter with positive, soft cutting B201
geometry
« INSERTs with two cutting edges
« For metric ISO threads according to DIN
standard only
- Diameter range @15 - 42 mm
:Immuﬂ RDKW0702 « For steel, stainless steel and cast iron
QCH-RD 3 v i iv | v « Screw clamping B204
.> RDKW10T3 « Mould and die industry
RDKW1605 « For two different thicknesses of inserts
« Diameter range @15 - 42 mm
:qumm RDKW0702 « For steel, stainless steel and cast iron
QCH-RD 3 Vi ivi v « Screw clamping B206
.> RDKW1003 « Mould and die industry
RDKW12T3 - For two different thicknesses of inserts
RDKW1604

v Very suitable

v Suitable
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Indexable milling

System overview

QCH series
Application
Series Milling body Inserts Kr B v Features Page
=/
- Diameter range @16 - 32 mm
— « For steel, stainless steel and cast iron
QCH-ZOHX | ZOHX16 vV v | v « Very suitable for finishing in mould and B208
ZOHX20 die industry
ZOHX25 - Inserts with two cutting edges
ZOHX30
ZOHX32
5 = « Diameter range @16-40 mm<BR>
a « For steel, stainless steel, cast iron,
\——— non-ferrous metals and heat-resistant
alloys<BR>
CH- g | « For square-shoulder, slot and plunge
Q Lo SDMTO9T3 v iv|v milling<BR> B210
SDMT-Q ¥l - Milling cutter with positive, soft cutting
geometry<BR>
« Inserts with two cutting edges<BR>
+ Only for Q-thread according to ZCC-CT
factory standard
— « Diameter range @20 - 40 mm<BR>
« For steel, stainless steel and cast iron<BR>
QCH- —3 Pig - APKT11T3 « Inserts with four cutting edges<BR>
A [ st 90° | v |v |V + Ramping possible<BR> B212
APKT-Q @ e - Double clamping system for inserts<BR>
« Only for Q-thread according to ZCC-CT
factory standard
« Diameter range @16 — 20 mm<BR>
« For steel, stainless steel and cast iron<BR>
RN « For deburring and chamfer milling<BR>
QCH- !__.m. E h \\m;a SPGT0502 « Soft cutting milling cutter with large,
v v v s . B214
SPGT-Q 11 L\ positive cutting edge geometry<BR>
‘* — « Inserts with four cutting edges<BR>
+ Only for Q-thread according to ZCC-CT
factory standard
N
B1s ‘
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Indexable mllling Chip breaker overview

Chip breaker overview

Finishing Medium machining Roughing
DF DM DR
- AaF APM o
- P Mmoo PR
""""""""""""""" GF oM G
""""""""""""""" GL - aM 0 GH
P ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
- HGR -
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ]  — e —
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r - S
""""""""""""""" MO-2 - mo4 1 mo3
EF EM -
A APM L
""""""""""""""""""" oF oM L
T Mmoo PR
""""""""""""""" GF - aM I
Mmoo w am GH
""""""""""""""" - | HeR I
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, E e E— e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ‘ — e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r e
CF M R
o opm DR
-~ EBOR DER | DER
- P Mmoo PR
K G | am G’
""""""""""""""" GL - aM 0 GH
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i S e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
""""""""""""""" MO-2 . mo4 0 mos
EF EM _
S| N | N | -
LH LH LH
N ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
ALH ALH ALH
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Grade overview Indexable mi"ing

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
: % CVD coated P20-P35 carbide grade for medium operation to roughing of steel at higher
YBC302 P20-P35 cutting speed. Optimal performance of wear resistance and toughness for a wide
application field.
YBC301 P20- P35 CVQ coated P20-P35 carbide grade for medium operation to roughing of steel at lower
cutting speed.
YBC401 P30-P50 CVD coated P30-P50/M30-M40 carbide grade for roughing operation of steel at lower
M30 - M40 cutting speed and unstable condition.
P20 - P30 CVD coated P20-P30/M15-M35 carbide grade for medium to roughing operation in
YBM251 M15 - M35 stainless steel and steel with wide application field. Good wear resistance and capability
against plastic deformation at normal cutting speed.
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15 - M35 steel with wide application field. High wear resistance and capability against plasctic
deformation at higher cutting speed.
YBM351 P25 - P40 CVD coated P25-P40/M25-M40 carbide grade for roughing operation in stainless steel
M20 - M40 and steel. Good wear resistance and edge stability at normal cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of
YBD152 K10 - K25 R . R .
cast iron. Good wear resistance and toughness at higher cutting speed.
YBD252 K20 - K35 CVD coated K20-K35 carbide substrate. Optimized for medium to roughing operation of

cast iron and Steel. Good wear resistance and toughness at higher cutting speed.
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Indexable mllling Grade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
PVD coated NO5-N20 carbide substrate for finishing to semi-finishing in aluminium
YBG101 NO5-N20 materials. Coating only on the top face, in combination with the aluminium chip breakers,
prevents built-up edges and gives a smooth cut.
PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
YBG102 S05-515 - ; : . . . S
material, stainless steel and aluminum. Good wear resistance in a wide application field.
YBG202 P10-P30 PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application of
M10-M25 stainless steel and steel (milling). Good wear resistance in a wide application field.
YBG212 P25-P35 PVD coated M25-M40/P25-P35 carbide substrate for steel and stainless steel. Especially
M25-M40 for inner insert at drilling operation.
Turning and milling grades for processing heat-resistant materials. A special carbon
YBS203 S15-525 substrate and the latest PVD coating technology enable a very good wear behaviour, high
fracture toughness and high thermal stability.
P10-P30 PVD multilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
S$15-S25 resistance and thermal stability in a wide range of applications.
PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
P10-P30 L - . - . .
YB9320 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
M10-M25 ™ . K L . s
stability for higher wear resistance and thermal stability in a wide range of applications.
YBG302 P15-P30 PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application of
M25 - M40 stainless steel and steel (milling). Good wear resistance and toughness.
N
B22 v



Grade overview Indexable mi"ing

Coated cemented carbide PVD

Grade ISO Micro structure

Grade description

Milling grade for machining titanium alloys. A tough carbide substrate and the latest PVD
coating technology with increased impact resistance and high thermal stability.

Grade description

YBS303 S25-S35

Cermet

Grade ISO Micro structure
YNG151 P05 -P15

Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
Good resistance against plastic deformation for good surface finishing.

YNG151C P05 - P15

PVD coated P05-P15 cermet grade for fine finishing operation of steel and stainless
steel. Good wear resistance and capability against plastic deformation for good surface

roughness.

Uncoated cemented carbide

Grade ISO Micro structure

Grade description

Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in

NO5 - N25
YD101 K05 - K20 aluminum and other material.
S P Y ¢ . . . . T .
YD201 K10 - K30 g ‘\ P r‘ Uncoated K1.0 K30/N10-N30 carbide substrate for medium application in aluminum and
N10-N30 Rl Sige s 9 other material.
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Indexable m|||ing Application fields of grades

Application fields of grades - indexable milling

I1SO HC' (CVD) HC' (PVD) HT HC HW PCBN/PCD
PO1
o
P10 P F: 2 | |&
o o 5 g
2
m g a g £
P | P20 § 8l =
:
P30 ﬁﬂ
m
>
P40
MoO1
S Y
Mo 2 || |2 m |2
v
58 e
M| w0 | 2 £ = e L8
- > 5 L | | § (>
o
M30 g 3 g 9
> @ 8
>
M40
K01 —
o
g
K10 o 2 ] -
2 > lgl (s
8 28 M
K K20 > N g _
K30 > I~
K40
NO1 in
(=3
a
>
N10 -
2 5
N g :
N20 £ S > 5
— ] o
g —8H
> >
N30
S01 o
)
9 o
S10 @ § § §
S i g
S20 > 0
m
a
S30 >
HO1
o
g
H10 9
H >
H20
H30
it ‘ Steel N ‘ Non-ferrous metals ‘ HC' Coated carbide
M ‘ Stainless steel ] ‘ Heat-resistant alloys ‘ HTZ Uncoated cermet
HC® Coated carbide
K‘ Castiron H‘ Hardened materials ‘ HW Uncoated carbide
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Indexable mllling System code — milling bodies

FM A 12 050 - A22 O N 06

04 (L)

(C)

1 2 3 4 5 6 7 8 9 10 11
Type Entering angle
Code Description
BM Profile milling A %450 E %750
™M Chamfer milling
EM Square shoulder milling
FM Face milling D %600 P %QOO
HM Helical milling
SM Slot milling
™ T-slot milling R %
XM Special
1 2
Nominal diameter [mm]
Code Description
025 25
Serial number 050 50
160 160
315 315
3 4
Type and size of tool holders
Code Type Code Type

Nominal diameter @50-80 mm

022,27

20 ;
33] 22 |
A 37 40 B

63

T
|
T
1
L
T

Nominal diameter @100-160 mm

@27,32,40

T
|
|
i
T

11,135
218,20

@50,63,80

T
238,45,56
2100,125,160

50

70

Nominal diameter @200-250 mm

Nominal diameter @315 mm

101,6 . 177.8 ‘
260 W 01,6
i ] ; 260
C \ ! | D ‘ ‘ ‘ ; ;
: \ [ 32 !
17 e 7k ., 00 N7
! % — ! e 70
218 . ’ 70 | | T + A i 80
226 222]| [leng| |
A @34 | |@26
200,250 r \ " @315 L
~ > r 1
G Straight shank XP Weldon shank
K Bore with keyway
5

With respect to mounting please adhere to the information provided by the tool holder manufacturer.

B26




System code - milling bodies Indexable ml||ing

Insert shape

Clearance angle

Cutting edge length | [mm]

Insert shape

Coolant clamp screw

Coolant shower plate

Spare parts (B coupling with inner coolant supply)

s | =
O O = b ~ :
D E = e
H L g
] 20
F N n
M <> o Q 25° Ny Q
[ Il
QO O & L
s N Q .
R S
w O X  Special
—|— Q
z Special
pecia T W
6 7 8
Cutting direction
Number of teeth Code Description With inner cooling
L Left
9 10 11

B27 B32 B40 B40
2 80 100 125 160
& Coolant clamp screw LDB27C LDB32C LDB40C LDB40C
@ Coolant shower plate B27-002-CP B32-002-CP B40-002-CP B40-003-CP

When purchasing tools with inner coolant supply and B coupling these spare parts are included in delivery.

«~»

N
Q

a
=
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Indexable mllling ISO code - inserts

P K N

wn

12 04

ED T21K R - DM

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
[] « s L— b~ i
e 7 \
1.C
<:> [ D \ E g Code | 1Cmml | mimml | Simm)
15° °
A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
o PN n
75 Nmrm E 40,025 40,025 +0,025
F +0,013 +0,005 +0,025
Q R O P ﬁ G +0,025 +0,025 0,130
e H +0,013 40,013 +0,025
J +0,05-0,13 +0,005 +0,025
T A K +0,05-0,13 +0,013 +0,025
L +0,05-0,13 +0,025 +0,025
M +0,05-0,13 +0,08-0,18 +0,130
O X Spedial N +0,05-0,13 +0,08-0,18 +0,025
U +0,08-0,25 +0,13-0,38 +0,130
Special
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65°
1 B
> 65° — Q

> 65°

> 65°
m 1T
<65°
(W Q
< 65°
7 T
<65° <65°
w =
Special

o - D

H,O,P

1O

-

o >

=

B28




ISO code - inserts Indexable mllllng

Insert thickness S [mm] Angle
} |
D, = (X 1
Kr an
Code ‘ S Code ‘ S Code ‘ Kr Code ‘ an
00 0,79 05 5,56 A 45° A 3°
TO 0,99 T5 5,95 D 60° B 5°
01 1,59 06 6,35 E 75° C 7°
T1 1,98 T6 6,75 F 85° D 15°
02 2,38 07 7,94 P 90° E 20°
T2 2,58 09 9,52 Z Special F 25°
03 3,18 T9 9,72 G 30°
T3 3,97 11 11,11 N 0°
04 4,76 12 12,70 P 11°
T4 4,96 z Special
6 7
Chamfer
Code Type Code Angle Code Width [mm] Code Position
0 5° 0 0,10
F )
E _ 7 2 15° 2 0,20
T W 3 20° 3 0,25 p ©
4 25° 4 0,30
s _7
5 30° 5 0,35
6 0,40 w Q)
7 0,45
8
Cutting direction
Code Description
Riah Chip breaker overview
R ight (on page B20)
L Left
N Right and left
9 10
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Indexable mi"ing System code - slot milling

SM P 03 -160x 16 -

K 40- M P

12 - 12 L

1 2 3 4 5 6 7 8 9 10 11 12
Type Entering angle
Code Description
SM Slot milling cutter p %90°
1 2
. Nominal diameter Cutting width
Serial number [mm] [mm]
3 4 5
Tool holder type
Code Description Code Description
Diameter of mounting hole
A A type B B type [mm]
C Ctype D D type
K With feather key
6 7
Insert shape Clearance angle
— Insert size
3 N P [mm]
RO = -
8 9 10
Cutting direction
Cod D ipti
Number of teeth ode escription
R Right
L Left
11 12
N
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System code — QCH series Indexable mllllng

QCH - 35 -

SDMT 09

- Q 18 -

03

1 2 3 4 5 6 7
Series [mm] Nominal diameter [mm]
Code Description Code Description
QCH Indexable head system 16 16
20 20 Insert shape
25 25
35 35
1 2 3
Cutting edge length | [mm] Thread type Thread size [mm]
Code Description Code Description
A Q R Q M Metric 8 8
—1— d Q Q thread 10 10
12 12
S 14 14
|
4 5 6
Number of teeth
7
S O PP DS
e Face milling f Chamfer milling g Plunge milling

a Groove milling

h Circular milling/Ramping

b Square shoulder milling

c Profile milling

d Slot milling

»>

N
Q

[
a
=)
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Indexable m|||ing System code — QCH shanks

G 25

- QCH -

Q

12 -

250

C -

(ZJ) (115)

1 2 3 4 5 6 7 8 9
Clamping form Clamping diameter [mm] Series [mm]
Code Description Code Description Code Description
G Cylindrical 12 12 QCH Indexable head system
XP Weldon 16 16
20 20
25 25
32 32
1 2 3
Thread type Thread size [mm)] Total length [mm]
Code Description Code Description Code Description
M Metric 8 8 85 85
Q Q thread 10 10 150 150
12 12 200 200
14 14
4 5 6
Material Shank Taper length [mm]
Code Description Code Description Code Description
C Solid carbide Z) Conical 920 920
S Steel = Cylindrically stepped 115 115
7 8 9
N
B32 OG>




racemiling INdexable milling

Face milling

FMAO1 Kr:45° 0

Fine pitch
Stock Dimensions [mm] Inserts
. - .
Article sk R L o0 oD, o ) . Teeth | Coupling =
A4
FMAO01-050-A22-SE12-04 e O 50 61 22 40 6 4 A 0.3
FMAO01-050-A22-SE12-04C * e o 50 61 22 40 6 4 A 0.3
FMAO01-063-A22-SE12-05 ° 63 74 22 40 6 5 A 0.5
FMAO01-063-A22-SE12-05C * e o 63 74 22 40 6 6 A 1.2
FMAO01-080-A27-SE12-06 e o 80 91 27 50 6 6 A 1.2
FMAO01-080-A27-SE12-06C ke o 80 91 27 50 6 6 A 1.2
FMAO01-100-B32-SE12-07 e O 100 107 32 50 6 7 B 1.2
FMAO01-100-B32-SE12-07C * o o 100 107 32 50 6 7 B 1.2 SEET12T3
FMAO01-125-B40-SE12-08 e o 125 136 40 63 6 8 B 26
FMAO01-125-B40-SE12-08C ko 125 136 40 63 6 8 B 26
FMAO01-160-B40-SE12-10 e o 160 170 40 63 6 10 B 43
FMAO01-160-B40-SE12-10C ko 160 170 40 63 6 10 B 43
FMAO01-200-C60-SE12-12 e o 200 210 60 63 6 12 @ 7.6
FMAO01-250-C60-SE12-14 e o 250 260 60 63 6 14 C 135
FMAO01-315-D60-SE12-18 e o 315 325 60 70 6 18 D 20.8
FMAO01-100-B32-SE18-04 o o 100 120 32 63 10 4 B w2
FMAO01-125-B40-SE18-05 o o 125 145 40 63 10 5 B 26
FMAO01-160-C40-SE18-06 o o 160 180 40 63 10 6 C 43
FMAO01-200-C60-SE18-08 e o 200 220 60 63 10 8 @ 7.6 SEET18TO
FMAO01-250-C60-SE18-10 ° 250 270 60 63 10 10 C 13.5
FMAO01-315-D60-SE18-12 o o 315 335 60 80 10 12 D 20.8
® Ex stock © On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Spare parts

Insert SEET12T3 SEET12T3 SEET18T6
@D 50-100 125-315 100- 315
v Screw (insert) 160M3.5x10 160M3.5x12 160M5x%17
(2.7 Nm) (2.7 Nm) (6.7 Nm)
YW | screw (shim) SM5X7XA SMBXIXA ‘ |
- Shim S13BS 518BS B
¢ | Wrench (shim) WH35L WHS50L
A | Wrench (insert) WT15IS WT15IS
) Wrench (insert) WT20IT
O  Ideal machining conditions SEET L 1.C S d
&3 Normal machining conditions 1273 | 1782 | 134 3.97 4.1
MiIIing inserts €% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DR & D BHH OO0 |O
M| DHHDBEH B DBHBRBOO O
K DBy O @) £
N St StEC
S CCE X OSB HBHBH
H
(3] oo N NN o~ o =
N — — — — m n o ™ s "
1SO RIbs RRIAIBLK2S]ASITR282 |2 55
0355208000005 R82380 & |28
[ea e R e e e R e e i wa ) e Jea WiYaa JiYaa MYa'a Y a'a Wi e'a QY e'a Wi c'a B c'a | 04 z [ala)
S>ES>>>>>>>>>>>>>>>>> |5 |=>
SEET12T3-W 9.46 [¢) ° o ¢}
@
A4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

O Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 18 T6 18 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBe & D BHHE OO0 O
M| DRHDBSH D DBHBHOO O
20°
K D O o &8
od N & St
S CCICK OB OB\H &2
H
[aa] oo N NN o~ o 2
N — — = — m v o [0} e n
1SO bs SRLLIANNLRSSLRINIRIR2 |2 55
O03=S2530000RGRBABE & |2R
[ e R e R e R o N aa ) [faa WY ea i aa B e'a ifa'a Y ca R a'a i 'a Y a'a MY e | g =z [alya)
S>>>>>>>>>>>>>>>>>5 |5 |>>
SEET12T3-CF 2.55 o °
a
-
SEET12T3-CM 2.55 () °
()
N4
SEET12T3-CR 2.55 o0 o
(=)
A4
SEET12T3-DF 255 e o o e o o o o
a
>
SEET12T3-DM 255/ e @ @ O @ ¢} oo
@ | SEeT18T6-DM 229 o
A4
SEET12T3-DR 2.55 L) ° o o o
(=)
A4
SEET12T3-EF 2.55 o °
a
-
SEET12T3-EM 2.55 o e o °
()
A4
SEET12T3-LH 2.55 [} (I}
«a
A 4
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

FMAO2 Kr:45° 0

Coarse and differential pitch

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
@D ®D1 od L Ap max @
A4
FMA02-050-A22-SE12-03 ° 50 61 22 40 6 3 A 0.4
FMAO02-063-A22-SE12-04 ° 63 74 22 40 6 4 A 0.6
FMAO02-080-A27-SE12-04 ° 80 91 27 50 6 4 A 1.3 SEET12T3
FMAO02-100-B32-SE12-05 ° 100 107 32 50 6 5 B 1.3
FMAO02-125-B40-SE12-06 o 125 131 40 63 6 6 B 2.6
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SEET12T3
@D 50-125
- 160M3.5x10
v Screw (insert) 27Nm)
/’ Wrench (insert) WT15IS
System code B26 Grade selection Technical info B527 Cutting data B230
N
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racemiling INdexable milling

O Ideal machining conditions SEET L I.C S d
€3 Normal machining conditions 127T3 | 17.82 | 134 | 3.97 4.1
MiIIing inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBRE OB S BB OO0 O
M| DBBHBEE D DHR0O0 O
K e O @) &%
N & D
S LI X OB BB &
H
56 R T R L
s ceQ2E8RaIFI4&~- |- |a5
0035202000002 830/c & |28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> |> |>>
SEET12T3-W 9.46 [¢) ° o o
@
A4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O  Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts £%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SBRBBR O B BB OO0 O
M| B8DDB8 B DBHRBOO O
20°
K @ O @) &
od N &5 oK
S & 9@ OB DB &
H
50 e SSSRREAREes N nsgeRE B
s i © o i = I o 2 2 = b
303520200000 RBa0E @ |28
[oa el ea e R e e a i aa e a )l o'a i aa B aa R a'a Yo a i a'a i a'a Wi 'a Wi a'a I a'a }l I~ =z [ala)
S>E>>>>>>>>>>>>>>>>> |5 |>>
SEET12T3-CF 2.55 o °
a
-’
SEET12T3-CM 2.55 ° °
)
N4
SEET12T3-CR 2.55 oo o
()
A4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230
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Indexable mllling Face milling

O Ideal machining conditions SEET L 1.C S d
A €3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P BB Dk & D BHH OO0 |O
E M| DB D DBHBRROO O
= 20°
= K B O @) &8
ad N S TR
S CCIE OB HBBH &2
H
B 3] oo N NN o~ o 2
N = — n = m 0 o [5e) e 7
1SO bs 223233 RLR2SIS2233382 2 |55
S03=S2530000RGRBABE T |2R
[ R o e R e e R o i aa ) [faa W ea i aa B 'a e s Y ca S aa Nif'a Y aa MY el I~ =z [alya)
S>>>>>>>>>>>>>>>>>> > > >
SEET12T3-DF 255 e @ o e o o o o
()
g\ >’
:2: SEET12T3-DM 255/ @ @ @ O @ o oo
=«
>’
SEET12T3-DR 2.55 o0 ° o o o
(=)
A4
C SEET12T3-EF 2.55 o °
()
>’
SEET12T3-EM 2.55 o e o °
2 @
= >’
o
SEET12T3-LH 2.55 o D)
()
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
D HC* Coated cermet
HW Uncoated carbide
c
© O
g8
c
< £
o O
=
X
[
©
£
System code B26 Grade selection B24 Technical info B527 Cutting data B230

N
» <



Face milling

Indexable milling

Face milling

FMAO3 Kr:45° 0

ap¢

ap‘ |
L
Stock Dimensions [mm] Inserts
Article i Teeth | Couplin
"IR|L| @0 | @D, | od L | 2w Ping -

FMAO03-080-A27-SE12-04 o o 80 103 27 50 5.5 4 A 1.8

FMAO03-100-B32-SE12-05 o o 100 122 32 50 5.5 5 B 24

FMAO03-125-B40-SE12-06 o o 125 147 40 63 5.5 6 B 4.4 SEEN1203

FMAO03-160-B40-SE12-08 o O 160 181 40 63 5.5 8 B 6.4 SEKN1203

FMA03-200-C60-SE12-10 o o 200 21 6 6 55 10 C 85 SEKR1203

FMAO03-250-C60-SE12-12 o o 250 270 60 63 5.5 12 C 14.1

FMAO03-315-D60-SE12-15 o o 315 353 60 63 5.5 15 D 222

FMAO03-080-A27-SE15-04 ¢} 80 103 27 50 75 4 A 7

FMAO03-100-B32-SE15-05 o 100 122 32 50 7.5 5 B 23

FMAO03-125-B40-SE15-06 o 125 147 40 63 7.5 6 B 4.2

FMAO03-160-B40-SE15-08 o 160 181 40 63 7.5 8 B 6.1 SEKN1504
SEKR1504

FMAO03-200-C60-SE15-10 o 200 221 60 63 7.5 10 C 8.3

FMAO03-250-C60-SE15-12 o 250 270 60 63 7.5 12 C 13.6

FMAO03-315-D60-SE15-15 o O 315 353 60 63 7.5 15 D 21.8

® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Spare parts

SEEN1203
Insert SEKN1203 :Eﬁ:: :8:
SEKR1203
oD 80-315 80-315
@@ | Ndustable LOMS5x15.1 LOMSx15.1
screw
@D | Cassette (left) LSET2L LSET5L
@D | Cassette (right) LSET2R LSE15R
& | screw (wedge DM8x21X DM8x21X
9 (10.2 Nm) (10.2 Nm)
e Wedge (left) WO1L WO1L
&/ | Wedge (right WOTR WO1R
P Wrench (loca- WT20T WT20T
tor)
) Wrench WH40T WH40T
(wedge)

O  Ideal machining conditions SEKN L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Mi"ing inserts &% Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBBRE O B BB OO0 O
M| 8353 B DBHRBOO0 O
K B O @) o8
N St St
S CCI K OB DOBH &
H
- b 85585 E2Nz880088egE |5
S N N =l e o = o I o n n = =
O0SSS2080000R0RB2G50 |& 2]
[oa g ea R ea e N aa s e a i aa )l o' B o'a i aa R a'a e a Qi a'a Wi a'a Wi a'a Mifa'a B o'a |l = P [ala)
SE>>>>>>>>>>>>>>>>5> |5 |>>
SEKN1203AFN 1.8 o
SEKN1203AFTN 1.8 ° ® @ O o ¢} ° ° o
o | SEKN1504AFTN 16| eo o o
SEKN1504AZ 1.6 o o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B4o



racemiling INdexable milling

O Ideal machining conditions SEEN L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts £%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 0BRBBE S B DHBHB OO0 O
M| ©B8355853 D DBHRBOO O
K 8% O @) £3
N & SR
S LI K OB HBH €
H
[3a] oo~ N NN o~ o =
N — — = = — m v o fsa) n n
1SO bs SLIANNLRSSLRINIIR2 |2 55
O03=520800030823a23/0 & 2]
[oa e R e e e R a e R wa ) e Wea WYaa JYe'a MYa'a By o'a WY e'a WY c'a MY c'a B c'a | P4 =z [ala)
SE>>5>>>>>>>>>>>>>>> |5 |>>
SEEN1203AFTN 1.8 °
-
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SEKR L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P &SBROBeE D B DO OO0 O
M| B8535 DB DBOHBBO0 O
K 8% O @) £3
N & SR
S CEI K OB DBH 2
H
(3] o o~ N NN o~ o 2
N o— — — - — m n o ™ s "
ISO bs 922l mMmuReoeocl oagownn ) — =
303202800000 RBa00 T 2R
[ea~a N e e R ~a e Nyaa ey fa W aa B aa 2 B aa i oa S R aa JY'a B | b4 =z [ala)
SE>>>>>>>>>>>>>>>>> |5 |>>
SEKR1203AFN 1.8 ° o
A4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

FMAO4 Kr:45° 0

Turning

Screw Clamping

g
E Stock Dimensions [mm] Inserts
. - .

Article s R 1L o0 oD, o ) . Teeth | Coupling ?
FMA04-050-A22-OF05-04 ° 50 56 22 40 35 4 A 0.3
FMAO04-050-A22-OF05-05 ° 50 56 22 40 35 5 A 0.4
C FMAO04-050-A22-OF05-05C *® o 50 56 22 40 35 5 A 0.4
FMAO04-063-A22-OF05-05 ° 63 69 22 40 35 5 A 0.5
FMAO04-063-A22-0OF05-05C *® o 63 69 22 40 35 5 A 0.5
FMAO04-080-A27-OF05-06 e O 80 86 27 50 35 6 A 0.8

OFKTO05T3

o FMAO04-080-A27-0OF05-06C R e 80 86 27 50 35 6 A 0.8
= FMAO04-100-B32-OF05-07 e o 100 106 32 50 35 7 B 1.2
E FMAO04-100-B32-OF05-07C * o 100 106 32 50 35 7 B 1.2
FMAO04-125-B40-OF05-08 ° 125 130 40 63 35 8 B 2.7
FMAO04-125-B40-OF05-08C ® o 125 130 40 63 35 8 B 2.7
FMAO04-160-B40-OF05-10 ° 160 165 40 63 35 10 B 5.1

® Ex stock o0 On demand

* With internal cooling

O

= S Spare parts
2 ‘g Insert OFKTO5T3 OFKTO05T3
§ s 2D 50-63 80-160
= e
v Screw (insert) 160M4x8.4 160M4x10
(3.4Nm) (3.4Nm)
E A | Wrench (insert) WT15IS WT15IS
<
(9]
o
£
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

O Ideal machining conditions OFKT L I.C S d
€3 Normal machining conditions 05T3 | 526 | 12.7 | 3.97 4.4
MiIIing inserts §%  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2lC P | ODBBBR DB S 88w OO0 O
ol M| 8008 o8 oo8edo [0
" od | K o 0 O %
7/ NP G N o &8
s, S % B 08 980 &
H
50 - dssBpEaRsesSnussas (B
N N = = = — o N o n n - =
O03SS250080000RORBR0T T |28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> |> |>>
OFKTO05T3-DF 0.5 ® O
OFKT05T3-DM 0.5 o ° e O °
OFKTO5T3-LH 0.5 °
X >
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

FMAO4 Kr:45° 0

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R @D | @D, od L A max S
FMAO04-125-B40-OF07-08 o 125 136 40 63 5 8 B 39
FMAO04-160-B40-OF07-10 o 160 171 40 63 5 10 B 59
FMAO04-200-C60-OF07-12 ¢} 200 211 60 63 5 12 C 7.6 OFKR0704
FMAO04-250-C60-OF07-16 o 250 261 60 63 5 16 C 13.3
FMAO04-315-D60-OF07-20 o 315 321 60 63 5 20 D 20.3
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert OFKR0704
@D 125-315
> Adjustable LOM5x15.1
screw
@Y | Cassette (ef) LOFO7L
@Y | Cassette (right) LOFO7R
DMB8x21X
@ Screw (wedge) (102Nm)
e Wedge (left) Wo2L
@ Wedge (right) WO2R
/x Wrench (loca- WT20T
tor)
/x Wrench WH40T
(wedge)
System code B26 Grade selection Technical info B527 Cutting data B230

B44



racemiling INdexable milling

O Ideal machining conditions OFKR L 1.C S
€3 Normal machining conditions 07 04 745 | 1794 | 4.76
Milling inserts &8 Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O B DO OO0 O
M| SO0 O DORROO O
K @ O O &3
N &b B
S L X OB DBHH 93
H
0 2 3558580858888 85 |5
Ao — — — — — P =
0035202000002 BR0E | 2R
e e R e N e R el salfaa | faa Rifaa Wfaa ifa'a fa'a i a'a Mfa'a Wi a'a e a R e |l I~ P4 [ala)
SE>E>>>>>>>>>>>>>>>>> |> |>>
OFKR0704-DF 0.8 o o
N
A —4
OFKR0704-DM 0.8 oo oo o o o
- | OFKR0704W-DM 08| o o o
A —4
X OFKR0704-LH 0.8 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling

Face milling

Face milling

FMAO4 Kr:45°

Turning

Milling

N

Drilling

O

Technical
Information

Index

Screw Clamping

Dimensions [mm] Inserts
Article sz | Stock Teeth
' @D | @D, | od L | apme g
FMA04-050-A22-0D06-04C b ° 50 60 22 40 4 4 0.284
FMA04-063-A22-0D06-05C S ° 63 73 22 40 4 5 0.409
FMAO04-080-A27-0D06-06C S [ 80 90 27 50 4 6 1.017
: OD*T0605**
FMAO04-100-A32-0D06-07C xR [ 100 110 32 50 4 7 1.536
FMAO04-125-B40-OD06-08 o 125 135 40 63 4 8 2.931
FMAO04-160-C40-OD06-10 o 160 170 40 63 4 10 3.838
® Ex stock o On demand
* With internal cooling
Spare parts
Insert OD*T0605**
@D 50-160
X 160M5x13
v Screw (insert) 67Nm)
/’ Wrench (insert) WT20IS

System code ) B26

B46

Grade selection ) B24

Technical info ) B527

Cutting data ) B230



racemiling INdexable milling

O Ideal machining conditions ODHT
€3 Normal machining conditions 06 05
Milling inserts §%  Unfavourable machining conditions 06 05
OD**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O B DO OO0 O
M| BB35DB O DORROO O
K @ O O &3
N &b €5 93
S L X OB DBHH 93
H
- 3585 EoRz8800828eg= |5
Ao — — — — — P =
0035202000002 BR0E | 2R
[ea e N e R a N e R ~a W va Ry aa ) faa W 'a N a'a B e'a e a B 'a i a'a WY c'a e a R e'a |l I~ =z [alya)
SE>E>>>>>>>>>>>>>>>>> |> |>>
ODHT060508-GH ° o0 °
@
ODHT060508-GL o o °
-
ODHT060508-GM ° ° ° °
ODHT060508-LH e O
@
ODMT060512-GM o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

FMAO7 Kr:45° 0

ap

od

D1
@D

L1

@ﬁ

Weldon shank

Dimensions [mm] Inserts
Article sl | Stock Teeth
' @D | @D, | ed | L, L | 2 .
FMAO07-025-XP20-ON06-02 o 25 37 20 45 95 4 2 0.2
FMA07-025-XP20-ON06-02C S o 25 37 20 45 95 4 2 0.2
ONHU0604
FMAO07-032-XP25-ON06-02C S o 32 44 25 55 11 4 2 0.4
FMAO07-040-XP25-ON06-03 o 40 52 25 50 106 4 3 0.4
FMAO07-032-XP25-ON08-02 o 32 47 25 55 111 5 2 0.4
FMAO07-040-XP25-ON08-03 o 40 55 25 55 m 5 3 0.5
ONHUO08T5
FMA07-040-XP25-ON08-03C S o 40 55 25 55 111 5 3 0.5
FMAO07-050-XP25-ON08-04 o 50 65 25 55 111 5 4 0.6
® Ex stock o0 On demand
% With internal cooling
Spare parts
Insert ONHU0604 ONHUO08T5
@D 25-40 32-50
w Screw (insert) 160M4x10 160M5x%13
(3.4 Nm) (6.7 Nm)

/’ Wrench (insert) WT15IS

) Wrench (insert) WT20IT

System code B26 Grade selection B24 Technical info B527 Cutting data B230

B4s



racemiling INdexable milling

O Ideal machining conditions ONHU L I.C S d
€3 Normal machining conditions 06 04 | 6.58 |15.875| 4.76 4.4
Milling inserts &% Unfavourable machining conditions 087T5 | 839 | 202 | 577 | 53
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O B DO OO0 O
M| SO0 O DORROO O
K @ O O &3
N &b B
S L X OB DBHH 93
H
0 3585 EoRz8800828eg= |5
r AN AN — = = ~ — — P
0035202000002 BR0E | 2R
[ea e N e R a N e R ~a W va Ry aa ) faa W 'a N a'a B e'a e a B 'a i a'a WY c'a e a R e'a |l I~ =z [alya)
S>>>>>>>>>>>>>>>>>5 | |[>>
ONHU060408-CM o
. ONHUO08T512-CM o o
ONHU060408-PF 0.8 |o ° o
. ONHUO08T508-PF 0.8 |o o o o
ONHU060408-PM 08 |® ° °
. ONHUO08T508-PM 08 |o o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling

Face milling

Face milling

FMAO7 Kr:45° 0

0 sy L

f“

g
e

by

Bs0

C D
Stock Dimensions [mm] Inserts
. - .

Article s R 1L o0 oD, o ) . Teeth | Coupling .
FMAO07-050-A22-ON06-05 o o 50 62 22 40 4 5 A 0.3
FMAO07-050-A22-ON06-05C ko 50 62 22 40 4 5 A 0.3
FMAO07-063-A22-ON06-06 o 63 75 22 40 4 6 A 0.5
FMAO07-063-A22-ON06-06C ® o 63 75 22 40 4 6 A 0.5
FMA07-080-A27-ON06-07C *® o 80 92 27 50 4 7 A 1
FMA07-080-B27-ON06-07 o 80 92 27 50 4 7 B 1
FMAO07-100-B32-ON06-08 o 100 112 32 63 4 8 B 1.9
FMAO07-100-B32-ON06-08C *® o 100 112 32 63 4 8 B 1.9 ONHU0G04
FMAO07-125-B40-ON06-09 o 125 137 40 63 4 9 B 35
FMAO07-125-B40-ON06-09C ko 125 137 40 63 4 9 B 3.5
FMAO07-160-C40-ON06-11 o o 160 172 40 63 4 11 C 43
FMAO07-200-C60-ON06-13 o 200 212 60 63 4 13 C 6.4
FMAO07-250-C60-ON06-15 o 250 262 60 63 4 15 C 13.4
FMAO07-315-D60-ON06-17 o 315 327 60 80 4 17 D 219
FMAO07-063-A22-ON08-05 o 63 78 22 40 5 5 A s
FMAO07-063-A22-ON08-05C ‘;k o 63 78 22 40 5 5 A 0.5
FMAO07-080-A27-ON08-06C Xk o 80 95 27 50 5 6 A 0.9
FMAO07-080-B27-ON08-06 o o 80 95 27 50 5 6 B 0.9
FMAO07-100-B32-ON08-07 o 100 115 32 63 5 7 B 1.8
FMAO07-100-B32-ON08-07C ® o 100 115 32 63 5 8 B 3.1
FMAO07-125-B40-ON08-08 o o 125 140 40 63 5 8 B 3.1 ONHUO8TS
FMAO07-125-B40-ON08-08C *® o 125 140 40 63 5 8 B 3.1
FMAO07-160-C40-ON08-10 - o o 160 175 40 63 5 10 C 4.1
FMA07-200-C60-ON08-12 o o 200 215 60 63 5 12 C 6.1
FMAO07-250-C60-ON08-14 o o 250 265 60 63 5 14 C 12
FMAO07-315-D60-ON08-16 o o 315 330 60 80 5 16 D 21

® Ex stock o On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230



racemiling INdexable milling

Spare parts
Insert ONHU0604 ONHUO08T5
@D 50-315 63-315
w Screw (insert) 160M4x10 160M5x13
(3.4 Nm) (6.7 Nm)
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT

O  Ideal machining conditions ONHU L 1.C S d
€ Normal machining conditions 06 04 | 6.58 |15.875| 4.76 44
MiIIing inserts §%  Unfavourable machining conditions 087T5 | 839 | 20.2 | 5.77 53
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3BBG DBH & B DBHBsE OO0 O
M| SBHDBE B DBHBHEBROO0 O
K G O O &3
N &b SR
S CCE < O% DHHHB €
H
(sn) oo N NN n o~ o~ <
N — — — = — 58] o [50) e n
1SO r ool lmMmurReoce oA QoW ) — =
O03SS20200003020R200 | (2]
[ea e e e e v e e e Jiaa WY aa JYea MY a'a R e'a S c'a S o'a Wi 'a B 'a | 94 =z [alya)
S>>>>>>>>>>>>>>>>>5 | |[>>
ONHU060408-CM o
. ONHUO08T512-CM o o
ONHU060408-PF 08 |o ° o
. ONHUO08T508-PF 0.8 |o o o o o
ONHU060408-PM 08 |e@ °
. ONHU08T508-PM 08 |o o [¢)
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Face milling

FMA11 Kr:45° 0

B52

C D
Dimensions [mm] Inserts
. - . S—
Article sz | Stock o0 oD, o ) . Teeth Coupling E
FMA11-063-A22-SN12-05C x ° 63 74.47 22 40 5.5 5 A 0.55
FMA11-063-A22-SN12-06C x ° 63 74.47 22 40 5.5 6 A 0.58
FMA11-080-A27-SN12-06C x () 80 91.47 27 50 55 6 A 1.14
FMA11-100-B32-SN12-07 ° 100 111.47 32 50 5.5 7 B 1.42
FMA11-100-B32-SN12-07C x o 100 111.47 32 50 5.5 7 B 1.42
FMA11-100-B32-SN12-10C x ° 100 111.47 32 50 55 10 B 1.42
FMA11-125-B40-SN12-08 ° 125 13647 40 63 5.5 8 B 2.86 SNEG1205
FMA11-125-B40-SN12-08C x o 125 136.47 40 63 55 8 B 2.86
FMA11-125-B40-SN12-12C x [ 125 13647 40 63 5.5 12 B 2.86
FMA11-160-C40-SN12-10 ° 160 17147 40 63 5.5 10 C 4.06
FMA11-160-C40-SN12-15 ° 160 17147 40 63 5.5 15 C 4.06
FMA11-200-C60-SN12-14 ° 200 212.08 60 63 5.5 14 C 6.89
FMA11-063-A22-SN15-05C x () 63 774 22 40 7 5 A 056 -------
FMA11-080-A27-SN15-06C x ° 80 944 27 50 7 6 A 1.06 -
FMA11-100-B32-SN15-07 e 100 1144 32 50 7 7 B 147
FMA11-100-B32-SN15-07C £ o 100 1144 32 50 7 7 B 147
FMA11-100-B32-SN15-09C x ° 100 1144 32 50 7 9 B 147
FMA11-125-B40-SN15-08 ° 125 1394 40 63 7 8 B 2.7 -
FMA11-125-B40-SN15-08C x "O -1-25 1-:39.4 "40 "63 "7 8 B 27 ----- SNEG1506
FMA11-125-B40-SN15-10C £ ° 125  140.25 40 63 7 16 B 3.-1 ------
FMA11-160-C40-SN15-10 ° 160 1744 40 63 7 1 0 C 392
FMA11-160-C40-SN15-13 ° 160 175.25 40 63 7 1:’; C 414
FMA11-200-C60-SN15-12 ° 200 2144 60 63 7 1 2 C 546
FMA11-250-C60-SN15-14 ° 250 2644 60 63 7 1;1- C 11 26
FMA11-315-D60-SN15-18 o 315 3294 60 80 7 1 8 D 26 -----
FMA11-125-B40-SN19-07 ° 125 14263 40 63 9 7 B 3 ---------
FMA11-125-B40-SN19-07C x [ 125 14263 40 63 9 7 B 3 ------
FMA11-160-C40-5N19-09 e 160 16763 40 63 9 9 c aas  ONEGTO
FMA11-200-C60-SN19-11 ° 200 217.63 60 63 9 1 C 6.18 -
® Ex stock © On demand
* With internal cooling

System code B26 Grade selection B24 Technical info B527 Cutting data B230



racemiling INdexable milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling —"
3 @D @D, od L Ap max a
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
SNEG1907
FMA11-315-D60-SN19-16 ¢} 315 332,63 60 80 9 16 D 209
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 63-200 63-315 125-315
v Screw (insert) 160M3.5%x10 160M5x13 143M6x16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
| Wrench (insert) WT20IT WT25IT
SNEG L 1.C S d
O  Ideal machining conditions 1205 | 76 12 | 476 | 46
€3 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts g% Unfavourable machining conditions 19 07 | 121 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P |OBHBHBR S B BB OO0 |0
- O
M| B8DHB8 D DHRBOO O
K @ O O o3
N &b €583
S LI X OB HBHH 93
H
0 b 35585 BERE888 885 [&
r S a A — = = ~ 2 N (= — — SIB
O0SSS2080000N0RB2G0 |& 28
[oa e N ea e Raa aa WY aa i aa )l a'a B a'a R a'a R a'a Y a il a'a W a'a Wi a'a B a'a Bl o'a }l = =z [ala)
SE>>5>>>>>>>>>>>>>>> |> |[>>
SNEG1506ANR-E 09 |13 °
SNEG1205ANR-GM 0.8 |1.05|e ° ° °
SNEG1506ANR-GM 09 |13 |e ° ° °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

SNEG L 1.C S d
O Ideal machining conditions 1205 | 76 12 476 | 46
€3 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts €% Unfavourable machining conditions 1907 | 120 | 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o P SOROBR 6 S BB 00 O
O° O
M| SRODBER B DHRe0O0 O
K B O O €2
N St ST
S LI K O%B DOBHB &%
H
56 M PR L R E
r S AN N — e = ~ — — o o
0033530000308 8380 | |28
[ R R e N v R~ W e W aa | ea W a'a i a'a Jfa'a ifa'a i a'a i a'a R a'a Jifa'a a2 |l I P4 [ala)
S>> >>>>>>>>>>5 | [>>
SNEG1205ANR-GR 0.8 |1.05| e ° ° o o
E SNEG1506ANR-GR 09 |13 |e [ ° o o
SNEG1907ANR-GR 1 |167|e ° o e
e SNEG1506ANR-HGR o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SNEG 1.C S d
& Normal machining conditions 12 05 12 12 4,76 4.6
Milling inserts &% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBE B B BB OO0 O
M| DBODHEB B DOHBRBRO0 O
K B O O &8
N St D
S CCIE O®: DBHH
H
o] oo N NN n o~ o 2
N — — — o — o) o [5a) n n
1SO Mnminreeeddnureceggodagene v |ss
O0J3===0Q00000RATRBATC |T (28
[ea e e e e R e e e | e Jiea MY aa JiYaa MYa'a Ry o'a Wi e'a R e'a Wi 'a R 2 ) 94 z [ala)
S>E>>>>>>>>>>>>>>>>5 |- [>>
l SNEG1205ANR-W 0.6 (0.8 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Bs54



racemiling INdexable milling

Face milling

FMA12 Kr:45° 0

Dimensions [mm] Inserts
. - .

Article sz | Stock o0 oD, o ) _— Teeth Coupling @
FMA12-050-A22-ON06-04C x ° 50 59 22 40 4 4 A 0.309
FMA12-050-A22-ON06-05C x ° 50 59 22 40 4 5 A 0.352
FMA12-063-A27-ON06-05C x ° 63 72 27 50 4 5 A 0.645
FMA12-063-A27-ON06-07C X ° 63 72 27 50 4 7 A 0.695
FMA12-080-A27-ON06-07C £ ° 80 90 27 50 4 7 A 1.071
FMA12-080-A27-ON06-09C X ] 80 90 27 50 4 9 A 1.098
FMA12-100-A32-ON06-08C x ° 100 110 32 50 4 8 A 1.599 ONUoG04™
FMA12-100-A32-ON06-11C £ ° 100 110 32 50 4 1 A 1.616
FMA12-125-B40-ON06-10 ° 125 135 40 63 4 10 B 3.114
FMA12-125-B40-ON06-14 ° 125 135 40 63 4 14 B 3.151
FMA12-160-C40-ON06-12 ° 160 170 40 63 4 12 C 4.504
FMA12-160-C40-ON06-18 ° 160 170 40 63 4 18 C 4.568
FMA12-063-A22-ON08-05 o 63 78 22 50 5 5 A - 0.6 )
FMA12-080-A27-ON08-06 o 80 95 27 50 5 6 A 0.97
FMA12-100-B32-ON08-07 o 100 115 32 50 5 7 B 1.28
FMA12-100-B32-ON08-07C x o 100 115 32 50 5 7 B 1.28
FMA12-125-B40-ON08-08 o 125 140 40 63 5 8 B 2.59
FMA12-125-B40-ON08-08C b o 125 140 40 63 5 8 B 2.59 ONHU08TE
FMA12-160-C40-ON08-10 o 160 175 40 63 5 10 C 4.1
FMA12-200-C60-ON08-12 o 200 215 60 63 5 12 C 5.68
FMA12-250-C60-ON08-14 o 250 265 60 63 5 14 C 11.9
FMA12-315-D60-ON08-18 o 315 330 60 80 5 1-;3 D -“20.41

® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B55

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Indexable mllling Face milling

Spare parts

Insert ON*U0604** ONHUO08T6
@D 50-160 63-315
. 160M5x%13
v Screw (insert) 67Nm)
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT

Technical
Information

Index

O  Ideal machining conditions ONHU L 1.C S
&€ Normal machining conditions 06 04 | 6.15 |15.875| 554
MiIIing inserts §%  Unfavourable machining conditions 0876 | 638 | 20.2 6.3 53
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3B3 BDR & D BHH OO0 |0
M| DBODHEB B DBHBREBROO0 O
K @ O O £
N St Ded
S LI K O®B HHHd
H
3] oo N NN n o~ o 2
N = = n o = [s) o [5) s o
1SO r ool lmMuRece oA gown ) — =
3035202000002 B300 | 2R
[oa e e e e R e e e | e Jea JiYaa JiYaa MYa'a Ry o'a WY e'a QY e'a WY c'a B 'a | 4 z [ala)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
ONHU060408ANN-GH ° o o o0 o
0 ONMU060408-GH ° °
@ ONHU060404ANN-GL ° o o0 o
ONHU060408ANN-GM 0,8 ° ° °
o ONHUO08T624R-GM 24 o o o
' ONMU060408-GM [¢) [¢) ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

Face milling

FMDO2 Kr:67° 0

&l

B ®)

&

L

-

- I
T O Y O
od ]
C D
Stock Dimensions [mm] Inserts
. - .

Article sk R L o0 oD, o ) . Teeth | Coupling Q
FMDO02-050-A22-PN11-04 e O 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-04C * o 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-05 ° 50 60.1 22 50 5 5 A 0.6
FMD02-050-A22-PN11-05C e 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C * o 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 ° 63 73.1 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C e 63 73.1 22 50 5 6 A 0.9
FMDO02-080-A27-PN11-06 ° 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-08 ° 80 90.1 27 50 5 8 A 1.2
FMD02-080-A27-PN11-08C L 80 90.1 27 50 5 8 A 1.2
FMDO02-100-B32-PN11-07 ° 100  110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C Xk o 100  110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-10 ° 100  110.1 32 50 5 10 B 1.9
FMDO02-100-B32-PN11-10C *® o 100  110.1 32 50 5 10 B 1.9 PNEG1105
FMDO02-125-B40-PN11-08 e o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C *® o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-12 e O 125 135.1 40 63 5 12 B 3.2
FMDO02-125-B40-PN11-12C * o 125 135.1 40 63 5 12 B 3.2
FMDO02-160-B40-PN11-10 e O 160  170.1 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 e O 160  170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 @ 210.1 60 63 5 12 C 7.9
FMDO02-200-C60-PN11-16 ° 200  210.1 60 63 5 16 C 85
FMDO02-200-C60-PN11-20 o 200 21041 60 63 5 20 C 85
FMDO02-200-C60-PN11-24 ° 200  210.1 60 63 5 24 C 8.6
FMDO02-250-C60-PN11-14 o 250  260.1 60 63 5 14 C 13.4
FMDO02-250-C60-PN11-18 e o 250 260.1 60 63 5 18 @ 18
FMDO02-250-C60-PN11-30 o 250  260.1 60 63 5 30 C 135
FMDO02-315-D60-PN11-26 o o 315 3251 60 80 5 26 D 245

® Ex stock 0 On demand
> With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Spare parts

Insert PNEG1105
@D 50-315
X 160M4x10
v Screw (insert) (34Nm)
/’ Wrench (insert) WT15IS

Y

(~)

O  Ideal machining conditions PNEG L 1.C S d
€5 Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
Milling inserts §%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O B BB OO0 O
M| SBODH D OORBOO O
K ©% O O €3
N St ST
S & 9B O%B DOBHB €%
H
N—-—REENNFNNNMMQNMN; E
ISO bs | |23A8 3L RSERIIIINIILD |2 |58
YUY =2=22000000n0nTa0n vy 9 =
[ R R e R = R wa R wa | [ 'a Y a'a R a'a Wi a'a Jifa'a R a'a N a'a R a'a Jifa a R a'a | I =4 [alya)
S>>>>>>>>>>>>>>>>>5 | |[>>
PNEG110512L-PF 16 |75]|0
Q PNEG110512R-PF 16 |75]0 o
PNEG110512L-PM 1.6 |75|0 ¢}
Q PNEG110512R-PM ° o
PNEG110512L-PR 16 |75]0 °
Q PNEG110512R-PR 16 |75|0 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Bs8



racemiling INdexable milling

O Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts £%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDBHHBBR B B DHBHB OO0 O
M| ©B8355853 B BBBBOO O
K 8% O @) £3
N & SR
S LI K OB HBH €
H
[3a] oo~ N NN o~ o~ =
N — — = = — m v o fsa) n n
ISO bs | a 2238880028533 IIgR2 |2 |55
B0 3SSS030000338%82330 |& |28
[oa e R e e e R a e R wa ) e Wea WYaa JYe'a MYa'a By o'a WY e'a WY c'a MY c'a B c'a | P4 =z [ala)
SE>>5>>>>>>>>>>>>>>> |5 |>>
PNEG110512L-CF 16| 5 o
. PNEG110512R-CF 16| 5 °
PNEG110512L-CM 16| 5 o
‘ PNEG110512R-CM 16| 5 °
PNEG110512L-CR 16| 5
‘ PNEG110512R-CR 16| 5
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling race miling
Face milling
FMDO02 Kr:67° 6
C
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
"IR|L| oD | @D, | od L | apme Q
FMDO02-080-A27-PN11-10 ° 80 90.1 27 50 5 10 A 1.3
FMDO02-100-B32-PN11-14 e o 100 1101 32 50 5 14 B 1.6
FMDO02-125-B40-PN11-18 ° 125 135.1 40 63 5 18 B 3.2 PNEG1105
FMDO02-160-B40-PN11-22 ° 160 170.1 40 63 5 22 B 5.8
FMDO02-200-C60-PN11-28 o o 200 210.1 60 63 5 28 C 8.5
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert PNEG1105
@D 80-200
DM6x20A
@ Screw (wedge) ZONm)
@ Wedge W18N
N | Wrench WT15IT
(wedge)
Grade selection B24 Technical info B527 Cutting data B230

System code B26

Be60



racemiling INdexable milling

O Ideal machining conditions PNEG L I.C S d
€3 Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
MiIIing inserts §%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D & B BB OO0 O
M| DBBHBEE O DORROO O
K @ O @) &%
N St S
S CCEK OB BBH @
H
50 b |%|3558KE08588 083885 |5
S b et e e = o I o n n = =
w00 3SSS58003TN0RBR8T T 28]
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
PNEG110512L-PF 16 |75|0
PNEG110512R-PF 16 |75|0 o
PNEG110512L-PM 16 |75|0
Q PNEG110512R-PM ° ° o
PNEG110512L-PR 16 |75]0
PNEG110512R-PR 16 |75|0 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts €%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353508 & B BB OO0 O
M| DBHBE B BBRZOO O
K B O O &3
N D S
- S CCIK OB BBH @
H
- b 35585 E N800 828egE |5
S max oo — — fe= ~ — — =
P b3S SS 2000000 a28230 (o 28]
e R e R e N a R ea l el aa | lfa Rifaa ifaa fa'a fa'a i a'a M a'a Wi a'a e a W a2 | I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
PNEG110512L-CF 1.6 5 o
. PNEG110512R-CF 1.6 5 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

O Ideal machining conditions PNEG L 1.C S d
€5 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts €% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDHHBHBR DB B BB OO0 O
M| BS358383 B DBHRBOO O
K 8% O @ €8
N &8 StAK)
S CCI K OB HBH €
H
3] o o N NN o~ o 2
N — — = B= — m v o [2) " n
ISO bs | a 223888002 S53IIIgLR |2 |58
P B0 ISS25380003R0RB28/5 & |28
[ea e e e e R e e i wa )l e Jaa WYaa JiYa'a MYa'a Ry a'a WY a'a JYe'a WY a'a B c'a |l P4 z [ala)
SE>>>>>>>>>>>>>>>>5> | |>>
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 1.6 °
PNEG110512L-CR 1.6 5 o O
‘ PNEG110512R-CR 1.6 5 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
B62




racemiling INdexable milling

Face milling

FMDO2 Kr:55° 0

f =
?‘F § g " 4

C D
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling =
"IR|L| oD | od L | 2 N
FMDO02-080-A27-HN09-08 o 80 27 50 6 8 A 1.19
FMDO02-100-B32-HN09-10 o 100 32 50 6 10 B 1.77
FMDO02-125-B40-HN09-14 ¢} 125 40 63 6 14 B 3.55
FMDO02-125-B40-HN09-18 o 125 40 63 6 18 B 3.7
FMDO02-160-B40-HN09-18 ° 160 40 63 6 18 B 5.62 HNEX0905
FMDO02-160-B40-HN09-22 o 160 40 63 6 22 B 5.6
FMDO02-200-C60-HN09-22 o 200 60 63 6 22 C 6.7
FMDO02-250-C60-HN09-28 o o 250 60 63 6 28 C 13
FMDO02-315-D60-HN09-44 o 315 60 63 6 44 D 21.7
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert HNEX0905
oD 80-315
DM6x20A
@ Screw (wedge) ZONm)
(] Wedge W18N
| Wrench WT15IT
(wedge)
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

O Ideal machining conditions HNEX L 1.C S
€3 Normal machining conditions 09 05 9.16 | 15.875| 5.56
MiIIing inserts €% Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
M| DBRBBE B BBRROO O
K e O @ &3
N &8 St
S LI X OB DB &
S
H
- 3585 EoNz880088egE |5
r N N =l =] = = o I o 0 n = =
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
} HNEX090512-DR 1.2 [ I}
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Be64



racemiling INdexable milling

Face milling

FMDO3 Kr: 60° 0

Stock Dimensions [mm] Inserts
Article b Teeth | Coupling
“"IR|L| @0 | @D, | @d L | 2y LO’Ql
FMDO03-100-B32-LN20-05 o 100 129 32 63 12 5 B 3.02
FMDO03-125-B40-LN20-06 ° 125 153 40 63 12 6 B 4.5
FMDO03-160-C40-LN20-08 ° 160 187 40 63 12 8 C 6.9
FMDO03-160-C40-LN20-09 o 160 187 40 63 12 9 C 6.7 LNKT2007-ZR
FMDO03-200-C60-LN20-10 ° 200 227 60 70 12 10 @ 10.5
FMDO03-250-C60-LN20-12 ° 250 276 60 70 12 12 @ 13.4
FMDO03-315-D60-LN20-15 o 315 339 60 80 12 15 D 26.2
FMDO03-125-B40-LN25-05 ¢} 125 154 40 63 16 5 B 4.5
FMDO03-160-C40-LN25-06 ° 160 189 40 63 16 6 C 6.9
FMDO03-200-C60-LN25-08 ° 200 229 60 70 16 8 @ 10.5
LNKT2510-ZR
FMDO03-250-C60-LN25-10 ° 250 278 60 70 16 10 @ 16.7
FMDO03-315-D60-LN25-12 o o 315 346 60 80 16 12 D 273
FMDO03-400-D60-LN25-16 o o 400 427 60 80 16 16 D 471
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert LNKT2007-ZR LNKT2510-ZR
@D 100-315 125-400
v Screw (insert) 160M4x15 160M5x17
(3.4Nm) (6.7 Nm) o
W | screw (shim) 160M3x7 I60M3.5x10.4 ‘
“
é Shim LLN20R-ZR LLN25R-ZR 4
A | Wrench (shim) WT09IS WT15IS ‘56
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling
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O  Ideal machining conditions LNKT L S d
€3 Normal machining conditions 20 07 20 7.94 4.6
MiIIing inserts €% Unfavourable machining conditions 25 10 25 9.525 5.5
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDBHBHBE B B BB OO0 O
\/74 M| B8308383 DB DBOHBBROO O
W --—-@—— od] 1t 1 K o8 o0 O @
—I—I\\‘
L S S ECIE K OB DB S
H
3] o o~ N NN n o~ o 2
N — — — e — o) o [oa) n n
1SO WIR2Idm2BSS2R838KR2 |2 |55
C0J0===0080000RATVRVATT |G [E&
DD DO DO DD D DDDDODDDDDODZ =z [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
LNKT2007DN-ZR 17 ° ° o °
L‘O‘(I LNKT2510-ZR 18 e o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
Be6



Face milling Indexable millin
)

Face milling

FMEO2 Kr:75° 0

D1 |

Turning

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' o0 | oD, | od | L | apm u
FME02-050-A22-SP12-04 ° 50 54 22 40 6 4 A 0.3
FME02-063-A22-SP12-05 ° 63 66 22 50 6 5 A 0.6
FME02-080-A27-SP12-06 ° 80 83 27 50 6 6 A 0.9 SPKT1204
. SPKW1204 C
FME02-100-B32-SP12-07 ° 100 103 32 50 6 7 B 1.4
FMEO02-125-B40-SP12-08 ° 125 128 40 63 6 8 B 2.5
® Ex stock 0 On demand
*< With internal cooling o
c
=
(a]
Spare parts
Insert SPKT1204
SPKW1204
@D 50-125
) 160M5x13.2
v Screw (insert) 67Nm)
=
© O
U =
) c ©
/’ Wrench (insert) WT20IS c £
9 o
-
X
(3}
e
=
System code ) B26 Grade selection ) B24 Technical info ) B527 Cutting data ) B230

N
< .



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

O Ideal machining conditions SPKW L 1.C S d
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 5.56
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBBRE OB DB BB OO0 O
) — M| DBRBBE B DHRBE0O0 O
alc |,
ey - K 88 O o &
] edf
: e 75 N S Y
q !//JR\ 11° = S LI X OB DB &
ool L NV
H
0 NcSRTENN a8 Yn8g nnE b
bl =] I o n n o=
0355258000303 23232 |2 |28
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
SPKW1204EDFR o
Q SPKW1204EDSR o
\— 4
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions SPKT L 1.C S d
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 556
Milling inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SOROBRE OB B BB OO0 O
; M| BE3H8363 DE DBHRBOO O
K 8 O @) L
N & St
S LI X OB DB &
H
50 NS AnRNRsastnsgnRE b
= o I o n n = =
0355250800033 08323230 |2 28]
(e ea R e e N a e e a i =a ) [faa R 'a iy aa Qi a'a Y a'a i 'a i a'a B a'a WY aa R o'a 97 =z [alya)
SE>>>>>>>>>>>>>>>>5> | |>>
a SPKT1204EDR o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o

Bes



racemiling INdexable milling

Face milling

FMEO3 Kr:75° 0

53

T T TR
‘L' i

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R|L @D @D, od L Ap max —
FMEO03-080-A27-SP12-04 o 80 84 27 50 6 4 A 1.1
FMEO03-100-B32-SP12-06 ° 100 104 32 50 6 6 B 1.9
FMEO03-125-B40-SP12-08 o o 125 129 40 63 6 8 B 35 SPKN1203
FMEO03-160-B40-SP12-10 e O 160 164 40 63 6 10 B 5.7 SPKR1203
FME03-200-C60-5P12-12 o o 200 203 60 63 6 12 C 8.2 SPEX1203
FMEO03-250-C60-SP12-16 o o 250 253 60 63 6 16 C 13.8
FMEO03-315-D60-SP12-20 o 315 318 60 70 6 20 D 235
FMEO03-080-A27-SP15-04 o o 80 84 27 50 8 4 A 1
FMEO03-100-B27-SP15-06 o 100 104 27 50 8 6 B 1.8
FMEO03-125-B40-SP15-08 e o 125 129 40 63 8 8 B 33 SPKN1504
FMEO03-160-B40-SP15-10 o o 160 164 40 63 8 10 B 5.4 SPKR1504
FME03-200-C60-5P15-12 o o 200 204 60 63 8 12 C 7.9 SPEX1504
FMEO03-250-C60-SP15-16 o o 250 253 60 63 8 16 C 13.6
FMEO03-315-D60-SP15-20 o o 315 318 60 70 8 20 D 231
® Ex stock o0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Spare parts

SPKN1203 SPKN1203 SPKN1504
Insert SPKR1203 SPKR1203 SPKR1504
SPEX1203 SPEX1203 SPEX1504
@D 80-100 125-315 80-315
@@ | Ndustable LOM5x15.1 LOM5X15.1 LOMSX15.1
screw
@ Cassette (left) LSP12L LSP12L LSP15L
@ Cassette (right) LSP12R LSP12R LSP15R m
w Screw (wedge) WM8x17 WM8x22 WM8x22
e Wedge (left) WO04L WO04L WO04L
V@
&/ | Wedge (right WO04R WO4R WO04R ’
P Wre”f:r)('“a' WT20T WT20T WT20T
) Wrench WT25T WT25T WT25T
(wedge)
O  Ideal machining conditions SPKN L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &% Unfavourable machining conditions 1504 |15.875|15875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3Ba355B8 & B BHB OO0 O
M| 8353 B DBHRBOO0 O
K B O @) €8
N St DR
S CCI K OB BWBH €
H
0 be b |S55BEERRES3 088285 |=
e | bs Aaam 20287 IRA=- |= |85
0035250380000 R0RBR00 T 2R
[oa g ea R ea e N aa s e a i aa )l o' B o'a i aa R a'a e a Qi a'a Wi a'a Wi a'a Mifa'a B o'a |l = P [ala)
SE>>>>>>>>>>>>>>>>5> |5 |>>
SPKN1203EDFL 1 |14 °
SPKN1203EDFR 1 |14 ¢} °
SPKN1203EDSKL 1T |14
SPKN1203EDSKR 1T |14 o o °
SPKN1203EDTKR 1 (14 o o
SPKN1504EDFL 1 (14
\ 4
SPKN1504EDFR 1 (14 o
SPKN1504EDS32PR 1 |14 o o
SPKN1504EDSKL 1T |14 o
SPKN1504EDSKR 1 (14 ° ° o °
SPKN1504EDTKR 1 (14 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B70



racemiling INdexable milling

O Ideal machining conditions SPKR L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions 15 04 | 15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHRBDBR & D BHHE OO0 O
M| DBHRHDBSH D DBHRHOO O
K DBy O @) &8
N St PR
S CCICK OB BBH
H
(&) oo N NN o~ o <
N — — = = — m v o fsa) n n
ISO be |bsQ2LIAIALRCSSIIII33242 2 |58
00352030000 RGRBRGE & 2R
[ e N e N e aa ) [faa B 'a e B 'a ifa'a B ca i a'a B 'a ifa'a B 'a | I =z [alya)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
=== | SPKR1203EDL-GM 1 114 o
| | | SPKR1203EDR-GM 1 |14 o
V 3
=== | SPKR1504EDR-GM 1 |14 o o
SPKR1203EDR 1 (14 o
-
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

FMEO4 Kr:75° 0

ap

L :T;rl_ !*_

I

Dimensions [mm] Inserts

Article sz | Stock Teeth Coupling
' o0 | @D, | od | L | aym |O|

FMEO04-125-B40-LN15-06 ° 125 137 40 63 10 6 B 3.8
FME04-200-C60-LN15-10 ° 200 208 60 70 10 10 C 9.6

LNKT1506-ZR
FME04-250-C60-LN15-12 o 250 257 60 70 10 12 C 13
FMEO04-315-D60-LN15-16 o 315 328 60 80 10 16 D 25.2

® Ex stock 0 On demand

% With internal cooling

Spare parts
Insert LNKT1506-ZR
oD 125-315

. 160M4x12
Screw (insert) (34Nm)

Screw (shim) 160M3x7

Shim LLN15-ZR -4 @8

Wrench (shim) WTO09IS

Wrench (insert) WT15IS

AR RN

System code B26 Grade selection B24 Technical info B527 Cutting data B230

B72
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racemiling INdexable milling

O Ideal machining conditions LNKT L S d
€3 Normal machining conditions 1506 |15.875| 6.35 4.6
MiIIing inserts §%  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D & D BHHE OO0 O
y M| ©OHHDE D SOHRBOO O
T T T
W --——@—— od} Fi+1 K o8 o o @
—I—k\l
L S S LI < O&B HBHB o3
H
0 w|3Es8gE 880088 |5
A N N = = = = o I o n n = =
O0J3==32c3000030a08a0c | 28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>5 > |[>>
LNKT1506EN-ZR 14 ° O e e @ o
Lol
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

oD oD
JCHE M)
‘ L i L L"l 'ﬁ?-;l l’-"-/-
P < s T U
’ ' e
7 Q W o = o0
A B
* QD L QD 1,
% oY | e TS T THE T T
L TN = fu L "'"‘- .:“'l' U/
I i 07 S=mpa
I e S .
" ed | led_]
C D
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
"IRIL| o0 | od L | apme
—
FMP01-080-A27-TP22-04 ° 80 27 50 18 4 A 1.2
FMP01-100-B32-TP22-06 ° 100 32 50 18 6 B 1.7
FMPO01-125-B40-TP22-08 e O 125 40 63 18 8 B 3.2
FMP01-160-B40-TP22-10 e O 160 40 63 18 10 B 5.1 TPKN2204
FMP01-200-C60-TP22-12 e O 200 60 63 18 12 C 74
FMP01-250-C60-TP22-16 o o 250 60 63 18 16 C 12.3
FMP01-315-D60-TP22-20 o o 315 60 70 18 20 D 21.9
® Ex stock o On demand
* With internal cooling
Spare parts
Insert TPKN2204 TPKN2204
oD 80-100 125-315
B | Adustable LOMS5x15.1 LOMS5x15.1
screw
@ | Cassette (left) LTPALT LTPAL
@ | Cassette (right) LTP4R1 LTP4R
w Screw (wedge) WM8x17 WM8x22
&/ | Wedge (eft) WoaL Wo4L
&/ | Wedge (ight WO4R WO4R
P Wrench (loca- WT20T WT20T
tor)
N | Wrench WT25T WT25T
(wedge)
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B74



racemiling INdexable milling

O Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 22 04 22 12.7 4.76
MiIIing inserts §%  Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBRE OB S BB OO0 O
M| DBBHBEE D DHR0O0 O
K e O @) &%
N & D
S LI X OB BB &
H
50 be |bs|an 855 BEERRES2 088 28E |=
e | bs|an N 2JCERANLINRLA~- |- |55
O03SS250080000RORBR0T T |28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> |> |>>
TPKN2204PDFR 14 10.7|11° o °
TPKN2204PDS32PR 14 10.7|11° [} ¢)
TPKN2204PDSKL 14 10.7|11° o
=" | TPKN2204PDSKR 14 07\11°| e e o o o o o
TPKN2204PDTKR 14 ]0.7|11° °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

. "
g Y

R
@
A .
"/ 3 ’ é’

A

Turning

[N 7
i [ e
od
D
g
E Dimensions [mm] Inserts
. - .
Article sz | Stock o0 o ) . Teeth Coupling P
A ____4
FMP02-050-A22-SE09-05 ° 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C S ° 50 22 40 6.7 5 A 0.3
C FMP02-063-A22-SE09-06 ° 63 22 40 6.7 6 A 0.5
FMP02-063-A22-SE09-06C X ° 63 22 40 6.7 6 A 0.5
FMP02-080-A27-SE09-08 ° 80 27 50 6.7 8 A 0.9
FMP02-100-B32-SE09-08 o 100 32 50 6.7 8 B 1.7 SEETO9T
o FMP02-100-B32-SE09-10 o 100 32 50 6.7 10 B 1.7
= FMP02-100-B32-SE09-10C S o 100 32 50 6.7 10 B 1.7
E FMP02-125-B40-SE09-12 ° 125 40 63 6.7 12 B 2.6
FMP02-125-B40-SE09-12C X o 125 40 63 6.7 12 B 2.6
FMP02-050-A22-SE12-03 o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-03C R S o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 B ° 50 22 40 10.8 4 A 0.3
D FMP02-050-A22-SE12-04C X ° 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-05 ° 50 22 40 10.8 5 A 0.2
FMP02-050-A22-SE12-05C R S o 50 22 40 10.8 5 A 0.2
- FMP02-063-A22-SE12-04 B o 63 22 40 10.8 4 A 0.4
E 8 FMP02-063-A22-SE12-05 ° 63 22 40 10.8 5 A 0.4
E g FMP02-063-A22-SE12-05C x ° 63 22 40 10.8 5 A 0.4
E :g FMP02-063-A22-SE12-06 B ° 63 22 40 10.8 6 A 0.4 SEET1203
- FMP02-063-A22-SE12-06C x o 63 22 40 10.8 6 A 0.4
FMP02-080-A27-SE12-04 o 80 27 50 10.8 4 A 0.9
FMP02-080-A27-SE12-06 ° 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-06C b ° 80 27 50 10.8 6 A 0.8
E FMP02-080-A27-SE12-08 ° 80 27 50 10.8 8 A 0.8
FMP02-080-A27-SE12-08C S o 80 27 50 10.8 8 A 0.8
FMP02-100-B32-SE12:05 ° 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12:07 ° 100 32 50 10.8 7 B 1.2
) FMP02-100-B32-SE12-10 ° 100 32 50 10.8 10 B 1.2
E ® Ex stock o On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling |
@D od L Ap max ' (= N |
A/
FMP02-100-B32-SE12-10C S o 100 32 50 10.8 10 B 1.2
FMP02-125-B40-SE12-06 o 125 40 63 10.8 6 B 3.1
FMP02-125-B40-SE12-08 ° 125 40 63 10.8 8 B
FMP02-125-B40-SE12-08C sk o 125 40 63 10.8 8 B
FMP02-125-B40-SE12-12 [ 125 40 63 10.8 12 B 2.9
SEET1203
FMP02-160-C40-SE12-08 ° 160 40 63 10.8 8 C 4.1
FMP02-160-C40-SE12-12 ° 160 40 63 10.8 12 C 39
FMP02-250-C60-SE12-12 o 250 60 63 10.8 12 C 11.1
FMP02-250-C60-SE12-18 ° 250 60 63 10.8 18 C 10.9
FMP02-315-D60-SE12-24 o 315 60 63 10.8 24 D 21.6
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert SEET09T3 SEET1203 SEET1203
@D 50-125 50 63-315
v Screw (insert) 160M3x7 160M3.5x10 160M3.5x12
(1.8 Nm) (2.7 Nm) (2.7 Nm)
@ Screw (shim) SM5x7XA
N Shim S12BSX
——
¢ | Wrench (shim) WH35L
/’ Wrench (insert) WTO09IS WT15IS WT15IS
O  Ideal machining conditions SEET L 1.C S d
€5 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
Milling inserts €%  Unfavourable machining conditions 12 03 |13.308|13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P BB BDBH & B BB OO0 O
M| DBOHE B DOBREBROO0 O
K @ O O &3
N &b SR
S CEI O%B DOBHB €
H
m oo N NN n o~ o =
N — — — o= — o) o [5a) n n
1SO rf238 8002 SRASRI22K2 |2 |55
C0J3==50Q0000TRATRBATC |T |28
[ea Qe e e e v e R wa ) lfaa Jiea WY aa JiYaa MYa'a Ry o'a WY e'a R e'a Wi 'a R 'a | P4 =z [alya)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
| SEETO9T308PER-APF 0.8 o °
la]
A4
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Ideal machining conditions SEET L 1.C S d
€5 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 3.3
Milling inserts €2 Unfavourable machining conditions 12 03 |13.308/13308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P SOROBBRE OB DB BB OO0 O
= M| O200% B% BO%B00 O
o.c =0 ]
\A\@\ o l K ®eR O o £
= - ad}-
i 1 N e T
N 20 S & B 08 08 @
90° L
H
50 NcSRTENN a8 Yn8g nnE b
r N N =l © o = o I o 0 n = =
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>5>5>>>>>>>>>>> |> [>>
| SEETO9T308PER-APM 0.8 o °
6.1
—
SEETO9T308PER-APR 0.8 o o
I = SEET120308PER-APF 0.8 o o °
N> | SEET120308PER-APM 0.8 o o o
SEET120308PER-APR 0.8 ° ¢} °
SEET120308-LH 0.8 o o °
()
N
SEET09T308PER-PF 0.8 o
«© SEET120308PER-PF 08 |o
\____4
. | SEETO9T308PER-PM 0.8 ¢} o
|
€ . | | SEET120308PER-PM 08 |o coool oo o
—
SEETO9T308PER-PR 0.8 o o
l‘ " | SEET120308PER-PR 08 | o ooo| oo o
——
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

Face milling

FMPO3 Kr:89° 0 0

Stock Dimensions [mm] Inserts
. - .

Article sl R L o0 o ) . Teeth | Coupling l’o.ql
FMP03-050-A22-LN12-04C X e 50 22 40 7 4 A 0.3
FMP03-050-A22-LN12-05C * o 50 22 40 7 5 A 0.3
FMP03-063-A22-LN12-05C K e 63 22 40 7 5 A 0.5
FMP03-063-A27-LN12-05C * o 63 27 50 7 5 A 0.64
FMP03-063-A22-LN12-06C * o 63 22 40 7 6 A 0.5
FMP03-063-A27-LN12-06C ke 63 27 50 7 6 A 0.65 LNKTT20608-2R
FMP03-063-A27-LN12-07C * o 63 27 50 7 7 A 0.64
FMP03-080-A27-LN12-06C Kooe 80 27 50 7 6 A 1
FMP03-080-A27-LN12-07C * o 80 27 50 7 7 A 1
FMP03-100-B32-LN12-06 [} 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 ° 125 40 63 12 6 B ;o
FMP03-160-C40-LN15-08 ° 160 40 63 12 8 @ 5.1
FMP03-160-C40-LN15-09 o 160 40 63 12 9 C
FMP03-200-C60-LN15-10 ° 200 60 70 12 10 C 7.5 LNKT1506EN-ZR
FMP03-250-C60-LN15-12 o 250 60 70 12 12 C 12.2
FMP03-250-C60-LN15-13 o 250 60 70 12 13 C
FMP03-315-D60-LN15-16 ¢} 315 60 80 12 16 D 23.7
FMP03-125-B40-LN20-06 o 125 40 63 16 6 B 3
FMP03-160-C40-LN20-08 ° 160 40 63 16 8 @ 53
FMP03-200-C60-LN20-10 ° 200 60 70 16 10 C 8.8
FMP03-200-C60-LN20-11 o 200 60 70 16 11 @ tNKT2007DN-ZR
FMP03-250-C60-LN20-12 [} 250 60 70 16 12 C 14
FMP03-315-D60-LN20-15 o 315 60 80 16 15 D 239
FMP03-125-B40-LN25-05 o 125 40 63 20 5 B 3
FMP03-160-C40-LN25-06 o o 160 40 63 20 6 @ 5.1
FMP03-200-C60-LN25-08 ¢} 200 60 70 20 8 C 8.9 LNKT2510-ZR
FMP03-250-C60-LN25-10 e O 250 60 70 20 10 C 12
FMP03-315-D60-LN25-12 o o 315 60 80 20 12 D 219

® Ex stock © On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Spare parts

Insert LNKT120608-ZR | LNKT1506EN-ZR | LNKT2007DN-ZR | LNKT2510-ZR
oD 50-100 125-315 125-315 125-315
v Screw (insert) 160M4x12 160M4x12 160M4x15 160M5x17
(3.4Nm) (3.4Nm) (3.4Nm) (6.7 Nm)
v Screw (shim) 160M3x7 160M3x7 160M3.5x10.4
é Shim LLN15-ZR LLN20R-ZR LLN25R-ZR
/’ Wrench (shim) WTO09IS WTO09IS WT15IS
& | Wrench (insert) WT15IS WT15IS WT15IS
)~ Wrench (insert) WT20IT
LNKT L S d
12 06 12.7 6.65 4.4
O  Ideal machining conditions 1506 |15875| 6.35 4.6
€3 Normal machining conditions 20 07 20 7.94 4.6
Milling inserts &8 Unfavourable machining conditions 2510 | 25 | 9525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBRE OB DB BB OO0 O
-~ M| cocos o8 coes00 |0
T T T
w --——@—— od] it 1 K o8 o O @
—I—k\l
L S S LI K O%B DOHHB <%
H
SO LW SSSQEESSSSSNggggg‘J‘»E E
. a N — = = ~ — — S o
0355208003300 8323802 & |28
o R e R el el ~a l el aa | lfaa ifaa W aa ifaa fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
LNKT120608-ZR 12 | @ ° °
L(S(] LNKT1506EN-ZR 14 () c e e
LNKT2007DN-ZR 17 ° ° °
LNKT2510-ZR 18
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230

System code
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racemiling INdexable milling

Face milling

FMP12 Kr:90° 0 0

Dimensions [mm] Inserts
. - .

Article sz | Stock o0 o _— Teeth Coupling ‘
FMP12-050-A22-WN06-05C £ o 50 22 57 5 A 0.55
FMP12-063-A22-WN06-06C N ° 63 22 57 6 A 0.45
FMP12-080-A27-WN06-07C £ [ 80 27 5.7 7 A 1
FMP12-100-B32-WNO06-09 ° 100 32 5.7 9 A 14 WNHU0604
FMP12-100-B32-WN06-09C £ ° 100 32 5.7 9 A 1.4
FMP12-125-B40-WN06-11C E o 125 40 5.7 11 B 34
FMP12-160-C40-WNO06-14 o 160 40 57 14 C 5.4
FMP12-063-A22-WN08-04C b ° 63 22 7.7 4 A 0.39
FMP12-063-A22-WN08-05C £ [ 63 22 7.7 5 A 0.45
FMP12-080-A27-WN08-05C E ° 80 27 7.7 5 A 0.95
FMP12-100-B32-WNO08-06 ° 100 32 7.7 6 B 1.32
FMP12-100-B32-WNO08-06C b ° 100 32 7.7 6 B 1.32
FMP12-125-B40-WNO08-08C £ o 125 40 7.7 8 B 33 WNHU0806
FMP12-160-C40-WNO08-10 o 160 40 7.7 10 @ 5.2
FMP12-200-C60-WNO08-12 o 200 60 7.7 12 C
FMP12-250-C60-WNO08-14 o 250 60 7.7 14 C
FMP12-315-D60-WNO08-18 o 315 60 7.7 18 D

® Ex stock 0 On demand
< With internal cooling
Spare parts
Insert WNHU0604 WNHU0806
@D 50-315 50-315
v Screw (insert) 160M3%9 160M4x10
(1.8Nm) (3.4Nm)
/’ Wrench (insert) WTO09IS
) Wrench (insert) WT20IT
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

O  Ideal machining conditions WNHU L 1.C S d
€5 Normal machining conditions 06 04 | 573 | 9.525 | 4704 | 3.5
Milling inserts §%  Unfavourable machining conditions 0806 | 776 | 127 | 632 | 44
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35350k & B BB OO0 O
M| DHHDBE D OORBOO O
K © O O LK
N St D
S g 9 OB BLH @
H
50 N5z BREERNs880e8c8age |5
0355208000303 23232 |2 |28
[ea e N e R a N e R a i ~a e} [faa We'a e B e'a i a By 'a i w'a WY e'a e a MY e'a |l I~ b= [alya}
S>E>>>>>>>>>>>>>>>>5 | |[>>
WNHUO060404PNR-GM 0.4 ¢} o o
WNHUO060408PNR-GM 0.8 ° o o
WNHU080608PNR-GM 0.8 ° ° °
WNHU080616PNR-GM 1.6 o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
“
Bs2



racemiling INdexable milling

Face milling

FMP12 Kr:90° 0 0

oD ) od
ap
— L, L
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
‘ @D | ed L, L | apma ‘
FMP12-025-XP25-WN06-02C x o 25 25 30 100 57 2 XP 0.38
FMP12-032-XP25-WN06-03C x o 32 25 40 120 57 3 XP 0.47
WNHU0604
FMP12-040-XP32-WNO06-04C x ] 40 32 40 140 57 4 XP 0.85
FMP12-050-XP40-WNO06-05C E o 50 40 40 169 57 5 XP 1.59
® Ex stock o On demand
** With internal cooling
Spare parts
Insert WNHU0604
@D 25-50
. 160M3x9
v Screw (insert) (18Nm)
/
o -
/’ Wrench (insert) WTO09IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Bs3

Turning

Milling

N

Drilling

O

Technical

Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

O Ideal machining conditions WNHU L 1.C S d
€5 Normal machining conditions 06 04 | 573 | 9.525 | 4704 | 3.5
MiIIing inserts €% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBRE O S BB OO0 O
M| DRODBEE B DHRB0O0 O
K @ O O &3
N St ST
S CCIE X O%B DOBHB %
H
56 NcSRTENN a8 Yn8g nnE b
r NN — = ~ — — o o
0352080003083 a3/0 |& |28
[a g R e R e N el aa l sa lfaa |l aa faa W a'a Jfa'a fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 | |>>
WNHU060404PNR-GM 0.4 [} o o
‘ WNHU060408PNR-GM 08 . oo o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230

Bs4

System code



IMPORTANT INFORMATION

Notes on using the FMWX series

Please note the following: The milling body is only equipped with two opposing inserts.

Select insert seat 1.1 in combination with 1.2 or insert seat 2.1 in combination with 2.2.

Fig.: FMWX-063-A27-XE12-04C

Cutting data
ISO group Material v, (m/min) F, [mm/rev] a, [mm]
P Low-alloy steel 300-400 3,50-5,00 0,02-0,05
M Stainless steels 280-300 3,50-5,00 0,02-0,05
K Cast steel 300-400 3,50-5,00 0,02-0,05

Cs5
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Indexable mllling Face milling

Face milling

FMWX 0

ap
L
Screw Clamping
Dimensions [mm] Inserts
Article sie | Stock Teeth Coupling =
' @D, | od L | 2y e =
FMWX-050-A22-XE12-04C b o 46 22 40 0.1 4 A 0.3
FMWX-063-A27-XE12-04C S o 59 27 40 0.1 4 A 0.5
FMWX-080-A27-XE12-04C b o 76 27 50 0.1 4 A 1 XEEC1209
FMWX-100-B32-XE12-06C 5k o 96 32 50 0.1 6 B 1.9
FMWX-125-B40-XE12-06C x® o 121 40 63 0.1 6 B 35
® Ex stock o0 On demand

*< With internal cooling

Spare parts

Insert XEEC1209
@D 50-125
. 160M4x10
w Screw (insert) (34Nm)
System code B26 Grade selection B24 Technical info B527

<
- <

Cutting data

B230



racemiling INdexable milling

O Ideal machining conditions XEEC
€3 Normal machining conditions 12 09
MiIIing inserts §%  Unfavourable machining conditions
XE** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
bs P 535D & D BHHE OO0 O
— ad M| ©OHHDE D SOHRBOO O
- N
' @ \ = _S K G O O %
A ¥ NEF— 711 N & (EX]
'L S X OB OBD @
H
- 3585 EoNz8800828egE |5
= o I o n n ==
0035550800003 8R8R380 |& |28
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
XEEC120904 o
(=)
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

N L A R

od

Dimensions [mm] Inserts
Article sz | Stock Teeth
' R | o0 | od L, L | 2 @
FMRO01-025-XP20-RC10-02 o 5 25 20 30 100 5 2 0.2
FMRO01-025-XP20-RC10-02C S o 5 25 20 30 100 5 2 0.2
RCKT10T3
FMRO01-032-XP25-RC10-02 [} 5 32 25 35 120 5 2 0.5
FMR01-032-XP25-RC10-02C sk [] 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 ° 6 40 32 40 120 6 3 0.7
FMRO01-040-XP32-RC12-03C sk [ 6 40 32 40 120 6 3 0.7 RCKT1204
: RCGX1204
FMRO01-050-XP32-RC12-03 ° 6 50 32 40 120 6 3 0.8
® Ex stock o On demand
* With internal cooling
Spare parts
RCKT1204
Insert RCKT10T3 RCGX1204
oD 25-32 40-50
v Screw (insert) 160M4x8.4 160M3.5%10
(3.4 Nm) (2.7 Nm)
| Wrench (insert) WT155 WT155
Grade selection B24 Technical info B527 Cutting data B230

System code B26

Bss



racemiling INdexable milling

O Ideal machining conditions RCKT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts £%  Unfavourable machining conditions 12 04 12 476 4
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D & D BHHE OO0 O
M| ©OHHDE D SOHRBOO O
K B& O @) o
N St S
S CCEK O&B HBHB o3
H
- 3585 EoNz8800828egE |5
= o I o n n ==
0035550800003 8R8R380 |& |28
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
RCKT10T3MO-DM e} e} ® O
\0’ RCKT1204MO-DM o O O @ O o ® O
4 RCKT1204MO-DR o o o e °
p- 9 RCKT1204MO-ER ()
ﬁ‘ RCKT1204MO-NM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O  Ideal machining conditions RCGX 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4
Milling inserts §%  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7° P &5BRBBE DB D BHBE OO0 O
oI.C £ M| SBE8S B% BBBB00 [0
gﬂ:“i K ©% O @) %
N & SR
S CCE < O&% HHBH 3
H
(sn) oo N NN o~ o =
~ B — — = — m v o ™M s "
1SO ooo‘”mmgmggo‘—oomoomg n — =
O03SS2020000R0RBR0T & 2]
[ea e e e e e e R wa ) lfea Jiea WY aa JYea MYa'a Y e'a Wi e'a R e'a M 'a R 'a | g z [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |[F>
O RCGX1204MO-LH °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

e &P P

L\ O\
- -,

v

U

T

B9o

C
Dimensions [mm] Inserts
. - .

Article sz | Stock " o0 o ) . Teeth Coupling @
FMR02-050-A22-RC12-05C x ° 6 50 22 40 6 5 A 0.7
FMR02-050-A22-RC12-06C x ¢} 6 50 22 40 6 6 A 0.7
FMR02-052-A22-RC12-05C x () 6 52 22 40 6 5 A 0.7
FMR02-063-A22-RC12-04 ° 6 63 22 40 6 4 A 0.7 RCGX1204
FMR02-063-A22-RC12-05C x o 6 63 22 40 6 5 A 0.7 RCKT1204
FMR02-063-A22-RC12-06 . 6 63 22 40 6 6 A 0.7 RCMW1204
FMR02-063-A22-RC12-06C x ° 6 63 22 40 6 6 A 0.7
FMR02-080-A27-RC12-07C x ° 6 80 27 50 6 7 B 0.7
FMR02-100-B32-RC12-08C x [ 6 100 32 50 6 8 B 0.89
FMR02-063-A22-RC16-04 ° 8 63 22 40 8 4 A 0.7
FMRO02-063-A22-RC16-04C £ o 8 63 22 40 8 4 A 0.7 -
FMR02-063-A22-RC16-05C x ¢} 8 63 22 40 8 5 A 07 -----
FMR02-066-A27-RC16-05C(FB) x ° 8 66 27 50 8 5 - A 05 -----
FMR02-080-B27-RC16-05 ° 8 80 27 50 8 5 B 0.7 -
FMR02-080-B27-RC16-07 ° 8 80 27 50 8 7 B 0.7 -
FMR02-100-B32-RC16-06 ° 8 100 32 63 8 6 B 12 ----- RCKT1606
FMR02-100-A32-RC16-06C x o 8 100 32 63 8 6 B 1 2 -----
FMR02-125-B40-RC16-07 ° 8 125 40 63 8 7 B 25 -
FMRO02-125-B40-RC16-07C x o 8 125 40 63 8 7 B 25 -
FMRO02-160-B40-RC16-10(FB) o 8 160 40 63 8 10 B 394
FMRO02-200-C60-RC16-12(FB) ° 8 200 60 63 8 12 C 54 -----
FMR02-080-A27-RC20-04 ° 10 80 27 50 10 4 A 0.7
FMR02-080-A27-RC20-04C(FB) % e 10 8 27 5 10 4 A 07
FMR02-100-B32-RC20-05 e 10 100 32 6 10 5 B 12
FMR02-100-B32-RC20-06 ° 10 100 32 63 10 6 B 12 ----- RCKT2006
FMR02-100-B32-RC20-06C x o 10 100 32 63 10 6 B 1.2 -
FMRO02-125-B32-RC20-05 o 10 125 32 63 10 5 B 12 -----
FMR02-125-B40-RC20-06 e 10 125 40 6 10 6 B 12

® Ex stock © On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230



Indexable milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' R | oD | od L | e @
FMR02-125-B40-RC20-07 ° 10 125 40 63 10 7 B 2.2
FMR02-125-B40-RC20-07C b o 10 125 40 63 10 7 B 2.2
FMR02-160-B40-RC20-08 ° 10 160 40 63 10 8 B 4.2
RCKT2006
FMR02-160-B40-RC20-08C N o 10 160 40 63 10 8 B 4.2
FMR02-250-C60-RC20-10 ° 10 250 60 63 10 10 C 8.49
FMRO02-250-C60-RC20-11 o 10 250 60 63 10 " C 8.37
® Ex stock 0 On demand
** With internal cooling
Spare parts
RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006
RCMW1204
@D 50-100 63-200 80-250
W | screw (insert) I60M3.5x10 I60M5x13 143M6x16 | «
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
A | Wrench (insert WT20IT WT25IT
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

RCKT 1.C S d
O  Ideal machining conditions 12 04 12 4.76 4
€5 Normal machining conditions 16 06 16 6.35 | 5.56
Milling inserts $&  Unfavourable machining conditions 2006 | 20 | 635 | 655
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & S BHe OO0 |0
M| DRHODBEE D BHRBOO O
K D& O @) LX)
N & D
S CCIE X OB HBEH €3
H
. NssRoERfssscnscdngs |5
N N =l © o = o I o n = = =
O0J3==32c3co00l02838c | 28
[ R R e N e R ~a l e R aa |l aa WY aa i a'a Jfa'a Jifa'a i a'a i a'a i a'a Jifa a a2 |l I b4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
RCKT1204MO-DM o O o @ O o ® O
\ o ’ RCKT1606MO-DM o ° °
RCKT2006MO-DM o
4 RCKT1204MO-DR o o o e °
‘Q( RCKT1606MO-DR e O e ° °
RCKT2006MO-DR e O e ¢} ° o o
.. | RCKT1204MO-ER o
@ RCKT1606MO-ER o
RCKT2006MO-ER °
ﬁ‘ RCKT1204MO-NM o
@ RCKT1606MO-NM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B92



racemiling INdexable milling

O Ideal machining conditions RCGX 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4
Milling inserts £%  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P 0BRBBE S B DBHBE OO0 O
g.C e TEEE S8 BO8800 O
gd]:"’i K ©% O O X
—
S LI K OB DBBH
H
[3a] oo N NN o~ o <
N — — = = — m v o fsa) n n
SO 2228882 K2S888R923K2 |2 |58
8355508500838 32323 & 2]
[ e N e N e aa ) [faa B 'a e B 'a ifa'a B ca i a'a B 'a ifa'a B 'a | I =z [alya)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
Q RCGX1204MO-LH °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Dimensions [mm] Inserts
Article sl | Stock Teeth
(0 R @D od |_1 L Ap max e
FMR03-016-XP16-RD08-02 o 4 16 16 25 100 4 2 0.1
FMR03-025-XP25-RD08-02 ° 4 25 25 30 100 4 2 0.3 RD**0803
FMR03-025-XP25-RD08-02C £ o 4 25 25 30 100 4 2 0.3
FMR03-032-XP32-RD10-02 ° 5 32 32 40 120 5 2 0.7 RD**10T3
FMRO03-040-XP32-RD12-03 ° 6 40 32 40 120 6 3 0.7
RD**1204
FMRO03-050-XP32-RD12-04 ° 6 50 32 40 120 6 4 0.8
® Ex stock o On demand
*¢ With internal cooling
Spare parts
Insert RD**0803 RD**10T3 RD*%*1204
oD 16-25 32 40-50
v Screw (insert) 160M3x7 160M4x10 160M4x10
(1.8 Nm) (3.4 Nm) (3.4 Nm)
/ Wrench (insert) WTO9IP WT15IP WT15IP
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Bo4



racemiling INdexable milling

O Ideal machining conditions RDKT
€3 Normal machining conditions 10 T3
Milling inserts §%  Unfavourable machining conditions 12 04
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBHE O B BB OO0 O
M| DRODBE B DBHBRBOO0 O
od I K @ O @) &3
N St B
S CCEK O%B DBHB €
H
. 2558585 8z88005838a85 |5 |za
0035550800003 8R8R380 |& |28
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
RDKT10T3MO-MM o
e RDKT1204MO-MM o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions RDKW 1.C S d
€3 Normal machining conditions 08 03 8 3.18 3.4
£%  Unfavourable machining conditions 10 T3 10 3.97 44
Milling inserts 1204 | 12 | 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 35350 & B BB OO0 O
M| SBHBHER B OHee00 O
a K @ O @) o3
© wad
N S SR
o
M 15 S % 08B BBe %
H
50 TR N R e e e
Q3555080003838 23 & 28
e g e R e N e R el califaa | ea Rifaa ifaa ifa'a ifa'a Rl a'a lifa'a Wi a'a e a R e | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
RDKW0803MO L4 ©
0 RDKW10T3MO ® O o o
i RDKW1204MO ° o e ® O e @ O
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Face milling

I L A R

Dimensions [mm] Inserts
Article sk | Stock Teeth @
R @D od L, L Ap max v
FMRO03-015-G16-XS-RD0702-02 ° 3.5 15 16 40 88 3.5 2
FMRO03-015-G16-XS-RD0702-02C b o 35 15 16 40 88 35 2
FMRO03-015-G16-S-RD0702-02 ° 3.5 15 16 60 108 3.5 2
FMRO03-015-G16-S-RD0702-02C £ o 3.5 15 16 60 108 3.5 2 RDKW0702
FMR03-015-G20-M-RD0702-02 ° 35 15 20 80 130 35 2
FMRO03-015-G20-M-RD0702-02C * o 35 15 20 80 130 35 2
FMRO03-015-G25-XL-RD0702-02C £ o 35 15 25 120 176 35 2
FMRO03-020-G20-XS-RD1003-02C S o 5 20 20 40 90 5 2
FMRO03-020-G20-S-RD1003-02C x o 5 20 20 60 110 5 2
FMR03-020-G25-M-RD1003-02C x® o 5 20 25 80 136 5 2 RDKW1003
FMR03-020-G25-L-RD1003-02C sk o 5 20 25 100 156 5 2
FMRO03-020-G25-XL-RD1003-02C S o 5 20 25 120 176 5 2
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RDKW0702 RDKW1003
@D 20
Screw (insert) I6OM3.5x6.5TT
(27Nm)
. 160M2.5%5.0
v Screw (insert) (1.0Nm)
/ Wrench (insert) WT10IP
/ Wrench (insert) WTO7P
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Boe



racemiling INdexable milling

O Ideal machining conditions RDKW I.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts §%  Unfavourable machining conditions 10 03 10 318 | 3.9
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBHBH S 86 OO0 O
M| BB35DB Dk BORBFOO O
a K 8 O O &%
© @d
N & €5 93
o
M 15 S 8 B 08 O8O @
H
- 3585 EoRz8800828eg= |5
Ao — — — — — P =
OO0SSS2080000N0RBRG0L [T 28
[ea e N e R a N e R ~a W va Ry aa ) faa W 'a N a'a B e'a e a B 'a i a'a WY c'a e a R e'a |l I~ =z [alya)
S>>>>>5>5>>>>>>>>>>>5 |5 |[>>
RDKW0702MO-1 ° o [}
RDKW0702MO-2 °
O RDKW1003MO-1 o e o o0
- RDKW1003MO-2 °
RDKW1003MO-3 ° °
® Ex stock © On demand HC' Coated carbide
Important information on the cutting edge design can be found on page B102. HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Grade selection B24 Technical info B527 Cutting data B230
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Face milling

o &P P

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
0 R @D od L Ap max e
FMRO04-050-A22-RD12-03 ° 6 50 22 40 6 3 A 0.3
RD**1204
FMRO04-063-A22-RD12-04 ° 6 63 22 50 6 4 A 0.5
FMR04-080-B27-RD16-05 ° 8 80 27 50 8 5 B 1.2
RD**1605
FMR04-100-B32-RD16-06 ° 8 100 32 50 8 6 B 1
FMR04-100-B32-RD20-06C £ o 10 100 32 50 8 6 B 1
FMRO04-125-B40-RD20-06 o 10 125 40 63 10 6 B 1.9
- RD**2006
FMRO04-125-B40-RD20-06C x o) 10 125 40 63 10 6 B 1.9
FMRO04-160-B40-RD20-07 o 10 160 40 63 10 7 B 3.7
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert RD**1204 RD**1605 RD**2006
oD 50-63 80-100 100-160
8 WD-204 WD-207
v Screw (clamp) 160M4x10 160M5x13
P (3.4Nm) (6.7 Nm)
v Screw (insert) 160M3.5x10 160M5x13 143M6x16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/ Wrench (clamp) WT15IP
/x Wrench (clamp) WT20IT
V Wrench (insert) WT15IP
% Wrench (insert) WT20IT WT25IT
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

O Ideal machining conditions RDKT
€3 Normal machining conditions 12 04
MiIIing inserts §%  Unfavourable machining conditions
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SOROBHE O B DO OO0 O
M| BB35DB O DORROO O
od I K @ O O &3
N &b €5 93
S L X OB DBHH 93
H
- 3585 EoRz8800828eg= |5
Ao — — — — — P =
0035202000002 BR0E | 2R
[ea e N e R a N e R ~a W va Ry aa ) faa W 'a N a'a B e'a e a B 'a i a'a WY c'a e a R e'a |l I~ =z [alya)
SE>E>>>>>>>>>>>>>>>>> |> |>>
i RDKT1204MO-MM e}
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions RDKW 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4.4
&% Unfavourable machining conditions 16 05 16 5.56 5.5
Milling inserts 20 06 20 635 | 65
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBHOBHE O B DO OO0 O
M| SBODBEB B DBORBOO O
a K @ O O o3
© wad
N &b €93
o
M 15 S K 08 VOB B
H
o NcsRTENN a8 n8g a5
[ — = = ~ — — S o
g0J=520800033308320/5 & 2]
[ea e N o R e N R a i va el faa R e'a fiaa B 'a e a B o'a i a'a WY 'a e a R e'a |l I~ =z [alya)
S>>>>>>>>>>>>>>>>>> |> |[>>
RDKW1204MO ° o e e O e @ O
a RDKW1605MO o o o o
- RDKW2006MO o o o
RDKW2006MO-3 °
® Ex stock o On demand HC' Coated carbide
Important information on the cutting edge design can be found on page B102. HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

o &P P

A

Turning

(o)}
£
E Dimensions [mm] Inserts
Article st | Stock Teeth
R @D od L Ap max \°’
FMRO04-042-A16-RD1003-06 o 5 42 16 44 5 6
FMR04-042-A16-RD1003-06C N ° 5 42 16 44 5 6
RDKW1003
C FMR04-052-A22-RD1003-07 o 5 52 22 50 5 7
FMR04-052-A22-RD1003-07C 5k ° 5 52 22 50 5 7
FMR04-042-A16-RD12T3-05 o 6 42 16 42 6 5
FMR04-042-A16-RD12T3-05C sk ° 6 42 16 42 6 5
o FMRO04-052-A22-RD12T3-05 o 6 52 22 50 6 5
é FMR04-052-A22-RD12T3-05C b ° 6 52 22 50 6 5
= RDKW12T3
a FMR04-066-A27-RD12T3-06 o 6 66 27 50 6 6
FMR04-066-A27-RD12T3-06C sk ° 6 66 27 50 6 6
FMRO04-080-A27-RD12T3-07 o 6 80 27 50 6 7
FMR04-080-A27-RD12T3-07C b ° 6 80 27 50 6 7
FMR04-052-A22-RD1604-04 o 8 52 22 50 8 4
D FMR04-052-A22-RD1604-04C sk ° 8 52 22 50 8 4
FMRO04-066-A27-RD1604-05 o 8 66 27 50 8 5
FMR04-066-A27-RD1604-05C b ° 8 66 27 50 8 5
= FMR04-080-A27-RD1604-06 ¢} 8 80 27 52 8 6
RE FMR04-080-A27-RD1604-06C % ° 8 80 27 52 8 6 RDKW1604
= ©
_E I FMRO04-100-B32-RD1604-07 o 8 100 32 52 8 7
(U] S
ﬂ "g FMRO04-100-B32-RD1604-07C b ° 8 100 32 52 8 7
- FMRO04-125-B40-RD1604-08 o 8 125 40 52 8 8
FMR04-160-B40-RD1604-09 o 8 160 40 52 8 9
FMR04-160-B40-RD1604-09C x® ° 8 160 40 52 8 9
® Ex stock o0 On demand
E * With internal cooling
X
[
©
£
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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racemiling INdexable milling

Spare parts

Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-160
(1) Clamp WX16N
[ ) Clamp LOM3.5x7.1
# Screw (clamp) 160M4.5x10
P (50Nm)
w Screw (insert) I60M3.5x6.5TT
(27Nm)
’ Screw (insert) 160M3.5x7.7 160M3.5x7.7 160M4.5x10 160M4.5x10
(2.7 Nm) (2.7 Nm) (5.0 Nm) (5.0 Nm)
/ Wrench (clamp) WT15P
% Wrench (clamp) WT20T
< | Wrench (insert) WT10IP
< | Wrench (insert) WT15P WT15P
)~ Wrench (insert) WT20T WT20T
RDKW 1.C S d
O  Ideal machining conditions 10 03 10 3.18 3.9
€3 Normal machining conditions 1273 12 3.97 3.9
MiIIing inserts §%  Unfavourable machining conditions 16 04 16 4.76 5.2
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SHRbHBR O B BHe OO0 O
M| DBHHBE B DHBREB0O0 O
a K @ O O o3
© gd
N & B e
M 15 S % B OB BBO %
H
50 25585 EoNs8800838egE |5
~N et © o = o I o n v = =
00352030000 R0RBR0/ | 2R
[oa s R ea e Raa iaa W aa i aa )l lo'a B 'a B a'a S a'a Y a i a'a M a'a Wi o'a Nl a'a I o'a }l 2 =z [ala)
S>E>>>>5>>>>>>>>>>>>> |5 |[Z>
RDKW1003MO-1 o e o o0
RDKW1003MO-2 ()
RDKW1003MO-3 ° °
RDKW12T3MO-1 o e e} o0
a RDKW12T3MO-2 ° o
o RDKW12T3MO-3 ° °
RDKW1604MO-1 ° o o0 o0
RDKW1604MO-2 o
RDKW1604MO-3 o ° ° o ° °
® Ex stock 0 On demand HC' Coated carbide
Important information on the cutting edge design can be found on page B102. HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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IMPORTANT INFORMATION
Cutting edge design RDKW

RDKW*MO-1 RDKW*MO-2 RDKW*MO-3
General machining Soft cutting geometry Roughing
(Finishing)
0.14 0.05 0.22
20 20° 22

Fig.: FMR04-052-B22-RD12T3-05C

N
B102 Dt



Square shoulder milling Indexable milllng

Square shoulder milling

ap
/ OD|fo=c—-f-—-—-—-—-—-— - — -] ad
\e\ \ / L
¥ ai L
Straight shank
Dimensions [mm] Inserts
i s

Article sz | Stock o0 o . ) . Teeth g
EMP01-012-G12-AP07-02C x ° 12 12 25 75 6.4 2 0.31
EMPO01-014-G16-AP07-03C S ° 14 16 25 85 6.4 3 0.61 APKT0702
EMP01-016-G16-AP07-04C £ [ 16 16 30 90 6.4 4 0.75
EMPO01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMP01-016-G16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMPO01-016-G16-AP11-02C £ o 16 16 25 920 10.5 2 0.1
EMP01-020-G20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-02C * [ 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-03 o 20 20 30 100 10.5 3 0.2
EMP01-020-G20-AP11-03C £ ° 20 20 30 100 10.5 3 0.2 APKTITT3
EMP01-025-G25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C sk o) 25 25 35 115 10.5 3 0.4
EMPO01-025-G25-AP11-04 ° 25 25 35 115 10.5 4 0.4
EMP01-025-G25-AP11-04C £ ° 25 25 35 115 10.5 4 0.4
EMP01-032-G32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMPO01-025-G25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMP01-025-G25-AP16-02C £ [ 25 25 35 115 15.5 2 0.4
EMP01-032-G32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMP01-032-G32-AP16-03C * ° 32 32 40 125 15.5 3 0.7
EMPO01-040-G32-AP16-03 ° 40 32 42 130 15.5 3 0.7 APKT1604
EMP01-040-G32-AP16-03C £ [ 40 32 42 130 15.5 3 0.7
EMP01-040-G32-AP16-04C x® o 40 32 42 130 15.5 4 0.8
EMP01-050-G32-AP16-05 ° 50 32 45 135 15.5 5 1
EMPO01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 1.4

® Ex stock o On demand
* With internal cooling

System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4 Nm)
A
v Screw (insert) 160M2.5x6.5T
(1.0Nm) %’
2
<~ | Wrench (insert) WTO5IP WT08IP e
/ﬂ Wrench (insert) WT15S
APKT L S d
O  Ideal machining conditions 0702 | 426 | 238 2
€3 Normal machining conditions 1173 | 1224 | 36 2.8
Milling inserts €8  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DR & D BHH OO0 |0
r
. M| DHEHDBE D DBHBRO0 O
w| oD f o K o8 O o e
; o N & Y
88" L S 8 B 08 8% =
H
(3] oo N NN n o~ o 2
N = = i = I52) o [52) o A
1SO FlIwiRReddnLReSRrlNR]K2 |2 55
O03SS2502000030R0R0C | 2]
[ea e e e e R e e el e Jiaa WiYaa JiYaa MYa'a Y o'a MY o'a R e'a Wi c'a R ' ) 94 zZ [ala)
SES>S>>>>>>>>>>>>>>>5 |5 |>=>
APKT11T304-ALH 04 | 6.5 ° o0
T@ | APKT11T308-ALH 08 | 65 . oo
APKT160408-ALH 0.8 [9.33 ° [ )
APKT11T304-APF 04 | 6.5 °
$ APKT11T308-APF 0.8 | 6.5 o ° o
.
APKT160408-APF 0.8 |9.33 o ® O O
APKT070204-APM 04 1691 °
APKT11T304-APM 04 | 6.5 [ ° °
APKT11T308-APM 0.8 | 6.5 ° ° ¢} ° ¢}
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 ° ° °
@& | ApkT117T320-APM 2 |65 . . .
ol
APKT160408-APM 0.8 [9.33 [ L) o ° o
APKT160416-APM 1.6 |9.33 () ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° °
APKT11T304-LH 04 | 6.5
& APKT11T308-LH 08 | 65 °
APKT160408-LH 0.8 19.33
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230
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Square shoulder milling Indexable milllng

APKT L S
O  Ideal machining conditions 07 02 4.26 2.38 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts §%  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 353558 & S BB OO0 O
; M| DROHDBE D DOHRBOO O
W ) e K 8% O O E
: e N € D3
8 L S & & 08 980 &
H
156 wlessBEaaNsa s L s |G
r . a AN — = = ~ 2 ~N (=3 — — SB
O0J3==32c30c00030a8a8c | 2%
[ R e R e N e R e N el aa |l ea Wfaa i a'a Jfa'a Jifa'a i a'a i a'a i a'a Jifa'a a2 |l I P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
APKT11T308-NM ° °
l“* e APKT11T312-NM o .
APKT11T304-PF 04 | 6.5 o o o o o
APKT11T308-PF 0.8 | 6.5 o
() APKT11T316-PF 16 | 65
o
APKT160408-PF 0.8 [9.33 o o o o
APKT160430-PF 3 ]933|0
APKT11T304-PM 04 |65 |0 0 O o o o o o
APKT11T308-PM 08 | 65 |0 O O O ® 00 o o o o
@ APKT11T312-PM 12 | 65 o o o o
APKT11T316-PM 1.6 | 6.5 o o o o
APKT160408-PM 0.8 |933|0 0 O @ ® O O o O o °
APKT160416-PM 16 |933|0 o
APKT11T304-PR 04 | 6.5 o o
D "
S APKT11T316-PR 16 | 65
APKT11T3XR ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

Square shoulder milling

A

o
=
c
5
|_
ap
op| e B Wi
L1
B :
Weldon shank
o
=
E Dimensions [mm] Inserts
Article sie | Stock Teeth
EMPO01-020-XP20-AP07-05C x ° 20 20 30 100 6.4 5 0.31
; APKT0702
EMP01-025-XP25-AP07-07C b ° 25 25 35 115 6.4 7 0.61
C EMPO01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-XP16-AP11-01C sk o 12 16 25 85 10.5 1 0.1
EMPO01-016-XP16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMP01-016-XP16-AP11-02C %% o 16 16 25 90 10.5 2 0.1
= EMPO01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
é EMP01-020-XP20-AP11-02C sk o 20 20 30 100 10.5 2 0.2
E EMP01-020-XP20-AP11-03 ° 20 20 30 100 10.5 3 0.2
; APKT11T3
EMP01-020-XP20-AP11-03C b [ 20 20 30 100 10.5 3 0.2
EMP01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-03C S [ 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-04 ° 25 25 35 115 10.5 4 0.4
D EMP01-025-XP25-AP11-04C x® o 25 25 35 115 10.5 4 0.4
EMP01-032-XP32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMP01-032-XP32-AP11-04C S o) 32 32 40 125 10.5 4 0.7
c EMPO01-025-XP25-AP16-02 ° 25 25 35 115 15.5 2 0.4
s 2 EMP01-025-XP25-AP16-02C % o 25 25 35 115 155 2 04
=
_E e EMP01-032-XP32-AP16-03 ° 32 32 40 125 15.5 3 0.7
(U] S
ﬁ L EMP01-032-XP32-AP16-03C S o) 32 32 40 125 15.5 3 0.7
5 APKT1604
EMPO01-040-XP32-AP16-04 ° 40 32 42 130 15.5 4 0.8
EMP01-040-XP32-AP16-04C x® o 40 32 42 130 15.5 4 0.8
EMP01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
EMPO01-063-XP32-AP16-06 o 63 32 45 135 15.5 6 1.4
E ® Ex stock 0 On demand
* With internal cooling
<
(9]
o
=
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable milllng

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4 Nm)
)
v Screw (insert) 160M2.5x6.5T
(1.0Nm) %’
-4
<~ | Wrench (insert) WTO5IP WTO8IP e
,O)
/ﬂ Wrench (insert) WT15S
APKT L S
O  Ideal machining conditions 07 02 | 426 | 238 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €8  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P OoOsoos ¢ o8 908 00 |0
r
: = M| DBHHDBSE D DBHBHOO O
w| G- od K o8 O o e
; s N & OB
88" L S 8 B 0B BOH S
H
(5n) oo N NN n o~ o <
N = — i in = [52) o [5a) s o
1SO FIwif2eddaLReSSrlNl]K2 |2 55
O03SS252000030RBR0T & 2]
[ea e e e e R va e R wa ) lfaa Wiea WY aa JiYaa MYa'a Y o'a WY o'a R e'a M 'a R 'a | 04 z [ala)
SES>S>>>>>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 | 65 ° L)
T@ | APKT11T308-ALH 08 | 65 . oo
APKT160408-ALH 0.8 [9.33 ° L)
APKT11T304-APF 04 | 6.5 °
$ APKT11T308-APF 0.8 | 6.5 o ° o
.
APKT160408-APF 0.8 |9.33 ® O O
APKT070204-APM 04 |6.91 °
APKT11T304-APM 04 | 6.5 () ° °
APKT11T308-APM 0.8 | 6.5 ° ° (¢} ° ¢}
APKT11T312-APM 1.2 | 65 () ° °
APKT11T316-APM 16 | 6.5 ° ° °
@& | ApkT117T320-APM 2 |65 . . .
e
APKT160408-APM 0.8 [9.33 () L) o ° o
APKT160416-APM 1.6 |9.33 () ° °
APKT160420-APM 2 1933 () ° °
APKT160424-APM 24 1933 () ° °
APKT160430-APM 3 1933 ° °
APKT11T304-LH 04 | 6.5
D N
-— APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

APKT L S d
O  Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 3583558 & S BHe OO0 |0
; p—— M| DRHODBEE D BHRRBOO O
v © od K e® O o &
; " N & D
88 L S & & 08 B8O &
H
50 w|85585808 5830 8s8ags |G
r . a A — = = ~ 2 N =3 — — SB
O0J3==32c3co00l02838c | 28
[ R R e N e R ~a l e R aa |l aa WY aa i a'a Jfa'a Jifa'a i a'a i a'a i a'a Jifa a a2 |l I b4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
APKT11T308-NM ° °
APKT11T312-NM ° °
APKT11T304-PF 04 | 6.5 o o) o o o
APKT11T308-PF 0.8 | 6.5 o
() APKT11T316-PF 16 | 65
o
APKT160408-PF 0.8 [9.33 o o o o
APKT160430-PF 3 ]933|0
APKT11T304-PM 04 |65 |0 0 © o o o o o
APKT11T308-PM 08 | 65 |0 O O ® 00 o o o o
) APKT11T312-PM 1.2 | 65 o o o o
APKT11T316-PM 1.6 | 6.5 (¢} o O o
APKT160408-PM 0.8 |933|0 0 O @ ® O O o o o )
APKT160416-PM 1.6 |933|0 o
APKT11T304-PR 04 | 6.5 o o
& APKT11T316-PR 16 | 6.5 o
APKT11T3XR ) °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable milllng

Square shoulder milling

EMPO2 Kr:90° 0 0

‘a P 4 ap @D
J P T
) I
ad '
C
Dimensions [mm] Inserts
Article sie | Stock Teeth Couplin

: @0 | od | L | apme P Q
EMP02-032-A16-AP07-08C x® ° 32 16 35 6.4 8 A 0.34
EMP02-040-A16-AP07-10C S ° 40 16 40 6.4 10 A 0.4 APKT0702
EMP02-050-A22-AP07-12C x ° 50 22 40 6.4 12 A 0.6
EMP02-040-A16-AP11-04C x ° 40 16 40 1 4 A 0.237
EMP02-040-A16-AP11-05C x ° 40 16 40 11 5 A 0.177
EMP02-040-A16-AP11-06C b ° 40 16 40 1 6 A 0.234
EMP02-050-A22-AP11-06 ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-06C £ ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-07C x® ° 50 22 40 11 7 A 0.39
EMP02-063-A22-AP11-08 ° 63 22 40 11 8 A 0.6
EMP02-063-A22-AP11-08C x ° 63 22 40 1 8 A 0.6 APKT11T3
EMP02-063-A22-AP11-09C x ° 63 22 40 1 9 A 0.54
EMP02-080-A27-AP11-08 ° 80 27 50 11 8 A 1.2
EMP02-080-A27-AP11-08C % ° 80 27 50 1 8 A 1.2
EMP02-080-A27-AP11-10C b ° 80 27 50 1 10 A 1.13
EMP02-100-B32-AP11-10 ° 100 32 50 1 10 B 1.7
EMP02-100-B32-AP11-10C x® o 100 32 50 11 10 B 1.7
EMP02-125-B40-AP11-10 o 125 40 63 1 10 B 342
EMP02-040-A16-AP16-03 o 40 16 40 15.5 3 A 0.17
EMP02-040-A16-AP16-04C b ° 40 16 40 15.5 4 A 0.17
EMP02-050-A22-AP16-05 ° 50 22 40 15.5 5 A 0.3
EMP02-050-A22-AP16-05C % ° 50 22 40 15.5 5 A 0.3
EMP02-063-A22-AP16-06 ° 63 22 40 15.5 6 A 0.5
EMP02-063-A22-AP16-06C S ° 63 22 40 15.5 6 A 0.5 APKTTE04
EMP02-080-A27-AP16-06C £ o 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 15.5 7 A 1.1
EMP02-080-A27-AP16-07C *® ° 80 27 50 15.5 7 A 1.1
EMP02-100-B32-AP16-08 ° 100 32 50 15.5 8 B 1.6
® Ex stock © On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling

Dimensions [mm]

Inserts

B110

Article sl | Stock Teeth Coupling ]
o0 o | L | @]
EMPO02-100-B32-AP16-08C x ° 100 32 50 15.5 8 B 1.6
EMPO02-125-B40-AP16-06C S o 125 40 63 15.5 6 B 3.18
EMPO02-125-B40-AP16-10 o 125 40 63 15.5 10 B 3.2
EMPO02-125-B40-AP16-10C x o 125 40 63 15.5 10 B 3.2
EMP02-160-B40-AP16-07C x® o 160 40 63 15.5 7 B 43 APKT1604
EMPO02-160-B40-AP16-10 o 160 40 63 15.5 10 B 6.3
EMP02-160-B40-AP16-10C b o 160 40 63 15.5 10 B 6.3
EMP02-200-C60-AP16-12 o 200 60 63 15.5 12 C 8.1
EMP02-250-C60-AP16-12 o 250 60 63 15.5 12 C 11.2
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604 APKT1604
oD 40-125 40-160 160-250
Cassette Locator-APKT16
v Screw (insert) 160M4x10 160M4x10
(3.4 Nm) (3.4Nm)
v Screw (insert) I6OM2.56.5T
(1.0Nm)
/ Wrench (insert) WTO08IS WT15IS WT15IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
o



Square shoulder milling Indexable milllng

APKT L S d
O  Ideal machining conditions 0702 | 426 | 238 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts §%  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 353558 & S BB OO0 O
; M| DROHDBE D DOHRBOO O
w| o) fl e K 8% O O E
: e N € D3
88" L S 8 B 08 O8O @
H
156 wlessBEaaNsa s L s |G
r . a AN — = = ~ 2 ~N (=3 — — SB
O0J3==32c30c00030a8a8c | 2%
[ R e R e N e R e N el aa |l ea Wfaa i a'a Jfa'a Jifa'a i a'a i a'a i a'a Jifa'a a2 |l I P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 | 6.5 ° L)
m APKT11T308-ALH 0.8 | 6.5 ° L)
APKT160408-ALH 0.8 |9.33 [ L)
APKT11T304-APF 04 | 65 °
&Y | ArkT11T308-APF 08 | 65 e« o
APKT160408-APF 0.8 [9.33 ) ® O O
APKT070204-APM 04 1691 °
APKT11T304-APM 04 | 6.5 () ° °
APKT11T308-APM 0.8 | 6.5 ° ° o ° o
APKT11T312-APM 1.2 | 65 ) ° °
APKT11T316-APM 16 | 6.5 () ° °
@&V | ApkT11T320-APM 2 |65 . . .
e
APKT160408-APM 0.8 |9.33 ° L) o ° o
APKT160416-APM 1.6 |9.33 ) ° °
APKT160420-APM 2 1933 ) ° °
APKT160424-APM 24 1933 (] ° °
APKT160430-APM 3 1933 () °
APKT11T304-LH 04 | 6.5
D X
3 APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM °
MO | ApkT11T312-NM . .
APKT11T304-PF 04 | 6.5 o o o o o
APKT11T308-PF 0.8 | 6.5 e}
() APKT11T316-PF 16 | 65
o
APKT160408-PF 0.8 [9.33 o o o ()
APKT160430-PF 3 ]933|0
APKT11T304-PM 04 |65 |0 0 © o O o o o
APKT11T308-PM 08 | 65 |0 O O O ® 00 o o o o
@ APKT11T312-PM 1.2 | 65 o o o o
W | APKT11T316-PM 16 | 65 o oo o
APKT160408-PM 0.8 |[933|0 0 O @ ® O O o O ¢} °
APKT160416-PM 16 (933 |0 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

APKT L S d
A O  Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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APKT11T304-PR 04 | 65 o o
g & APKT11T316-PR 16 | 65 ¢}
= APKT11T3XR ° °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
C HC? Coated cermet
HW Uncoated carbide
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System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

'©7
ri—'j/
N

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling |No. of inserts
' o0 | e | od | L l\ )
EMP03-050-A22-AP11-04 ° 50 39 22 58 4 A 16 0.5
EMP03-050-A22-AP11-04C S o 50 39 22 58 4 A 16 0.5
EMP03-063-A27-AP11-04 ° 63 39 27 58 4 A 16 0.9
EMP03-063-A27-AP11-04C sk o 63 39 27 58 4 A 16 0.9
APKT11T3
EMP03-080-B32-AP11-05 ° 80 39 32 63 5 B 20 1.3
EMP03-080-B32-AP11-05C b o 80 39 32 63 5 B 20 13
EMP03-100-B40-AP11-06 ° 100 39 40 63 6 B 24 2
EMP03-100-B40-AP11-06C S ] 100 39 40 63 6 B 24 2
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert APKT11T3
@D 50-100
X 160M2.5%6.5T

v Screw (insert) (1.0Nm)
/’ Wrench (insert) WTO08IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. Poosoos © o8 90% 00 |0
r
; pi— M| ©55E8 D BHBRBROO O
W ) e K 8% O o @
: 110 N 69 69 %v)é
88 L S O 08 BOG «
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56 wessREasasNn8gSnRE b
r . o N — — = ~N 2 N o — — SB
00332530 oo0l0208a0c | 28
[a g R e R e N el aa l sa lfaa |l aa faa W a'a Jfa'a fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 |6.5 ° L)
T@ | APKT11T308-ALH 08 |65 . oo
APKT11T304-APF 04 6.5 °
$ APKT11T308-APF 0.8 |6.5 o ° o
.
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 |6.5 ° ° o ° o
@& | ApkT11T312-APM 12 |65 . . .
ol
APKT11T316-APM 1.6 [6.5 [ ° °
APKT11T320-APM 2 6.5 ° ° °
APKT11T304-LH 04 |6.5
D N
3 APKT11T308-LH 0.8 (6.5
APKT11T308-NM ° °
BOR) | APkT11T312-NM . .
APKT11T304-PF 04 |6.5 o o o o o
() APKT11T308-PF 0.8 |65
o
APKT11T316-PF 1.6 | 6.5 o
APKT11T304-PM 04 |65/0 0 O o o o o o
@ APKT11T308-PM 0.8 [65|0 © O O @ OO o O o o
—_— APKT11T312-PM 1.2 |65 o o o o
APKT11T316-PM 16 |6.5 o o o o
APKT11T304-PR 04 |6.5 o o
&" APKT11T316-PR 16 |65 o
APKT11T3XR ) °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling A

Turning

2T e =l
ua % L1

»
Weldon shank
)]
=
Dimensions [mm] Inserts E
Article sie | Stock Teeth | No. of inserts
@D e od L, L l\ ()
EMP04-020-XP20-AP11-01 ° 20 294 20 45 120 1 3 0.3
EMP04-025-XP25-AP11-02 ° 25 389 25 55 130 2 8 0.4
APKT11T3
EMP04-032-XP32-AP11-02 ° 32 48.5 32 65 140 2 10 0.7 C
EMP04-040-XP40-AP11-02 ° 40 58 40 75 150 2 14 1.3
® Ex stock o On demand
** With internal cooling
)]
=
E
o
Spare parts
Insert APKT11T3
@D 20-40
. 160M2.5%6.5T
v Screw (insert) (1.0Nm) D
/’ Wrench (insert) WTO8IS — CC)
c 2
2%
c
< £
o O
=
x
(9]
©
=
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. Poosoos © o8 90% 00 |0
r
; pi— M| ©55E8 D BHBRBROO O
W ) e K 8% O o @
: 110 N 69 69 %v)é
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56 wessREasasNn8gSnRE b
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00332530 oo0l0208a0c | 28
[a g R e R e N el aa l sa lfaa |l aa faa W a'a Jfa'a fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 |6.5 ° L)
T@ | APKT11T308-ALH 08 |65 . oo
APKT11T304-APF 04 6.5 °
$ APKT11T308-APF 0.8 |6.5 o ° o
.
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 |6.5 ° ° o ° o
@& | ApkT11T312-APM 12 |65 . . .
ol
APKT11T316-APM 1.6 [6.5 [ ° °
APKT11T320-APM 2 6.5 ° ° °
APKT11T304-LH 04 |6.5
D N
3 APKT11T308-LH 0.8 (6.5
APKT11T308-NM ° °
BOR) | APkT11T312-NM . .
APKT11T304-PF 04 |6.5 o o o o o
() APKT11T308-PF 0.8 |65
o
APKT11T316-PF 1.6 | 6.5 o
APKT11T304-PM 04 |65/0 0 O o o o o o
@ APKT11T308-PM 0.8 [65|0 © O O @ OO o O o o
—_— APKT11T312-PM 1.2 |65 o o o o
APKT11T316-PM 16 |6.5 o o o o
APKT11T304-PR 04 |6.5 o o
&" APKT11T316-PR 16 |65 o
APKT11T3XR ) °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

/ @D S~ — I |ed
[)

i
Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth =
@D e od L, L N
EMP05-025-XP25-C S ° 25 20 25 40 130 3 0.5 APMT1135
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert APMT1135
@D 25
‘ I60M2.5%6.5T o
v Screw (insert) (1ONm) /
gt
S=u”
/ Wrench (insert) WTO0S8IP '
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

O Ideal machining conditions APMT L S d
€3 Normal machining conditions 1135 | 11.25 3.5 2.8
MiIIing inserts €% Unfavourable machining conditions
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ©3H35DB8%: & D BHBe OO0 |0
"/\fg M| SBO0D o8 Q08300 O
LW K By O @) o
' N S B
S CCIE X OB HBEH €3
I
H
50 wessBraadsas s aRE b
r . o N — — = ~N 2 N o — — SB
00332530 oo0l0208a0c | 28
[a g R e R e N el aa l sa lfaa |l aa faa W a'a Jfa'a fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>> >>>>>>>>>>5 [ |>>
APMT1135PDR 0.8 |6.2 o ° o
<o)
-
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<
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Square shoulder milling

Indexable milling

Square shoulder milling

EMP0O9 Kr:90° 0 0

Dimensions [mm] Inserts
. - .
Article sz | Stock o0 o ) . Teeth Coupling M
EMP09-040-A16-LN08-05C x® ° 40 16 40 8 5 A
EMP09-050-A22-LN08-06C S ° 50 22 40 8 6 A
EMP09-063-A22-LN08-08C x [ 63 22 40 8 8 A LNKTO804PNR
EMP09-080-A27-LN08-10C £ o 80 27 50 8 10 A
EMP09-040-A16-LN12-04C £ ° 40 16 40 11.5 4 A 0.19
EMP09-050-A22-LN12-05C x* o 50 22 40 1.5 5 A 0.33
EMP09-063-A22-LN12-06C x® ° 63 22 40 11.5 6 A 0.53
EMP09-080-A27-LN12-07C £ [ 80 27 50 11.5 7 A 1.18 LNKTT206PNR
EMP09-100-B32-LN12-09C x o 100 32 50 11.5 9 B 1.62
EMP09-125-B40-LN12-11C x® o 125 40 63 1.5 11 B 3.25
EMP09-080-A27-LN16-06C b ° 80 27 50 15 6 A
EMP09-100-B32-LN16-08C S ° 100 32 50 15 8 B
EMP09-125-B40-LN16-10C x® o 125 40 63 15 10 B
EMP09-160-B40-LN16-12C x® o 160 40 63 15 12 B LNKT1607PNR
EMP09-200-C60-LN16-16 o 200 60 70 15 16 C
EMP09-250-C60-LN16-12 ¢} 250 60 70 15 12 C
EMP09-315-D60-LN16-16 o 315 60 80 15 16 D
® Ex stock o On demand
< With internal cooling
Spare parts
Insert LNKT0804PNR LNKT1206PNR LNKT1607PNR
@D 40-80 40-125 80-360
v Screw (clamp) 160M3x7 160M4x12
(1.8 Nm) (3.4Nm)
v Screw (insert) I?gy;ﬂ;
& | wrench wT10IS WT15IS
/’ Wrench (insert) WT20IS
System code B26 Grade selection B24 Technical info B527 Cutting data
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Indexable mllling Square shoulder milling

LNKT L S
O Ideal machining conditions 08 04 8.75 4.45
€3 Normal machining conditions 12 06 12.7 6.75
Milling inserts g% Unfavourable machining conditions 1607 | 16.05 | 7.35
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35588 & S BB 00 O
M| DRODBEE B DHRe0O0 O
L
K B O O o
w N & D
_— s B B 06 0BG %
. E——
H
50 wlrless8g80858820838g5 |5
r AN N — e = ~ — — o o
0033530000308 8380 | |28
[ R R e N v R~ W e W aa | ea W a'a i a'a Jfa'a ifa'a i a'a i a'a R a'a Jifa'a a2 |l I P4 [ala)
S>> >>>>>>>>>>5 | [>>
'— LNKT080404PNR-GL 85 |04 () ° °
() | LNKT120608PNR-GL 13 108 . o o
—1 LNKT160708PNR-GL 15 0.8 ) ° °
LNKT080404PNR-GM 85 |04 ° °
G! LNKT120608PNR-GM 13 |0.8 [ ° °
LNKT160708PNR-GM 15 (0.8 ° o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

EMP0O9 Kr:90° 0 0

P

Dimensions [mm] Inserts
Article sz | Stock Teeth Teeth | Coupling
. @D e od L row M
EMP09-040x43-A16-LN12-02C b o 40 43 16 70 2 8 A 0.4
EMP09-050x43-A22-LN12-03C S ° 50 43 22 70 3 12 A 0.64
EMP09-063x53-A27-LN12-04C S ° 63 53 27 80 4 20 A 1.31
LNKT1206PNR
EMP09-080x53-A27-LN12-05C sk o 80 53 27 80 5 25 A 233
EMP09-080x53-A32-LN12-05C *® o 80 54.6 32 80 5 25 A 233
EMP09-080x74-A32-LN12-05C * o 80 74 32 100 5 35 A
® Ex stock © On demand
* With internal cooling
Spare parts
Insert LNKT1206PNR
@D 40-80
w Screw (clamp) 160Méx12
(34Nm)
e Wrench WT15IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

O Ideal machining conditions LNKT L S
A €3 Normal machining conditions 12 06 12.7 6.75
MiIIing inserts €% Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P ODBDBDBR OB S8 BB OO0 O
g M| 85836 B BBRROO O
L
E K ©% O ) €
N &8 S
S LI X OB BB €&
H
B 0 wlrl3558580858828838a85 |5
r cQ22RaIFIILL&~- |- |5
SO03SS2500000NORBRBT o |28
[~a Qe e e e e N va e | a'a Wi a Wiy 'a R a'a WY o'a R 'a WY 'a Wi o'a Wi 'a B 2 | 974 P [alya)
S>>>>>>>>>>>>>>>>>> |> |>>
'— LNKT120608PNR-GL 13 /0.8 ° ° °
o |
=
E LNKT120608PNR-GM 13 |08 ° ° °
(?ﬂ

HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

® Ex stock o On demand

N
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System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable milllng

Square shoulder milling

g”%

ap

~
C
Dimensions [mm] Inserts
. - .

Article sz | Stock o0 o ) . Teeth Coupling ——v‘
EMP13-040-A16-AN11-04C £ o 40 16 40 11.2 4 A 0.45
EMP13-050-A22-AN11-06C b ° 50 22 40 11.2 6 A 0.3
EMP13-063-A22-AN11-06 x o 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07C x ° 63 22 40 11.2 7 A 0.49
EMP13-080-A27-AN11-07 x o 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-09C % ° 80 27 50 11.2 9 A 1.18 ANGX1105
EMP13-100-B32-AN11-12 ° 100 32 50 11.2 12 B 1.46
EMP13-100-B32-AN11-12C * o 100 32 50 11.2 12 B 1.46
EMP13-125-B40-AN11-14 ° 125 40 63 11.2 14 B 2.92
EMP13-125-B40-AN11-14C % o 125 40 63 11.2 14 B 2.92
EMP13-160-C40-AN11-16 ° 160 40 63 11.2 16 C 43
EMP13-050-A22-AN15-04C b ° 50 22 40 14.5 4 A 0.26
EMP13-060-A22-AN15-05C £ o 60 22 40 14.5 5 A 0.53
EMP13-063-A22-AN15-05C b ° 63 22 40 14.5 5 A 0.53
EMP13-080-A27-AN15-06C £ ° 80 27 50 14.5 6 A 1.23
EMP13-100-B32-AN15-08 ° 100 32 50 14.5 8 B 1.52
EMP13-100-B32-AN15-08C * o 100 32 50 14.5 8 B 1.52 ANGX1306
EMP13-125-B40-AN15-10 ° 125 40 63 14.5 10 B 3.05
EMP13-125-B40-AN15-10C % [¢) 125 40 63 14.5 10 B 3.05
EMP13-160-C40-AN15-12 ° 160 40 63 14.5 12 C 4.46
EMP13-200-C60-AN15-16 o 200 60 63 14.5 16 C 6.26

® Ex stock o On demand
*¢ With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

Spare parts

Insert ANGX1105 ANGX1506
@D 40-160 50-200
v Screw (clamp) I60M4x12
(34Nm)

v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4 Nm)
& | Wrench WT15IS
/’ Wrench (insert) WTO09IS WTI5IS

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 5.7 35
MiIIing inserts €% Unfavourable machining conditions 1506 | 1543 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B3 BDBR & D BHH OO0 |0
M| DHEHDBE B DBHBRBROO0 O
od] K ®% O o @
N St Ded
S CCI X O&B HBH o3
H
3] oo N NN n o~ o =
N — — — = — 58] o 58] s n
I1SO Wi rlgooldilmuRooecoaonn ) — =
O0J3==30Q0000TATRBRT T |T |28
[ea e e e e R e e el e Jiaa WiYaa JiYaa MYa'a Y a'a Wi e'a R e'a Wi a'a R 'a | g zZ [ala)
S>>>>>>>>>>>>>>>>>5 |5 |>>
ANGX110504PNR-GM 84 |04 [ ° [ )
ANGX110508PNR-GM 84 |08 e ° ° o o
ﬂ‘l. ANGX110520PNR-GM 84 | 2 ° °
ANGX150608PNR-GM 11 [0.8|0 ° ° [ )
ANGX150616PNR-GM 1 1.6 [} ° °
ANGX150620PNR-GM 11 ] 2 o0 °
. ANGX110504PNR-LH 84 |04 °
a-!
q ANGX150608PNR-LH 1 08 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

o | [ \ o
8 v J S
L,
L
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth =
' @D | od L, L | apmm m
EMP13-025-XP25-AN11-02C £ ° 25 25 32 100 11.2 2 0.31
EMP13-032-XP32-AN11-03C S ° 32 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-XP32-AN11-04C £ [ 40 32 40 125 11.2 4 0.75
EMP13-032-XP32-AN15-02C x® [ 32 32 40 125 11.2 2 0.66
ANGX1506
EMP13-040-XP32-AN15-03C x () 40 32 40 125 11.2 3 0.76
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3%x9 160M4x12
(1.8 Nm) (3.4Nm)
| Wrench (insert WT09IS WT15IS
Grade selection B24 Technical info Cutting data B230
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Indexable mllling Square shoulder milling

O Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 35
Milling inserts $%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ©3H35DB8%: & S BB OO0 O
M| DBRBBE B DHRB0O0 O
od] - K 88 O o )
N St DR
S LI K OB BWH €
H
0 wlrl3558580858828838a85 |5
r NN — = ~ — — o o
035550800330 08323802 & |28
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>E>>>>>>>>>>>>>>>>5 | |>>
ANGX110504PNR-GM 84 |04 [} ° o0
ANGX110508PNR-GM 84 |08|e ° ° (I}
—v*‘l' ANGX110520PNR-GM 84 | 2 ° °
ANGX150608PNR-GM 11 [0.8|0 ° ° )
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
a-!
A{\‘ ANGX150608PNR-LH 11 (0.8 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

'»Eﬂ
¢

f

{ _
: ‘ 2
' ] - 3
[
L
| Straight shank
Dimensions [mm] Inserts
Article st | Stock Teeth —
' o | e | od | L L | ayme m
EMP13-025-G25-AN11-02C £ ° 25 11.2 25 32 100 11.2 2 0.31
EMP13-032-G32-AN11-03C b ° 32 11.2 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04C £ o 40 11.2 32 40 125 11.2 4 0.75
EMP13-032-G32-AN15-02C x o 32 14.5 32 40 125 14.5 2 0.66
ANGX1506
EMP13-040-G32-AN15-03C £ ° 40 14.5 32 40 125 14.5 3 0.76
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
| Wrench (insert) WT09IS WT15IS ‘
Grade selection B24 Technical info B527 Cutting data B230

System code B26

B127

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Square shoulder milling

O Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 35
Milling inserts $%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ©3H35DB8%: & S BB OO0 O
M| DBRBBE B DHRB0O0 O
od] - K 88 O o )
N St DR
S LI K OB BWH €
H
0 wlrl3558580858828838a85 |5
r NN — = ~ — — o o
035550800330 08323802 & |28
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>E>>>>>>>>>>>>>>>>5 | |>>
ANGX110504PNR-GM 84 |04 [} ° o0
ANGX110508PNR-GM 84 |08|e ° ° (I}
—v*‘l' ANGX110520PNR-GM 84 | 2 ° °
ANGX150608PNR-GM 11 [0.8|0 ° ° )
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
a-!
A{\‘ ANGX150608PNR-LH 11 (0.8 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

EMP13 Kr:90° 0 0 &

Dimensions [mm] Inserts
Article sz | Stock Teeth No. of inserts -
' o | e | od | L %
EMP13-050x43-A22-AN11-03 ° 50 43 22 60 3 12 0.52
ANGX1105
EMP13-063x64-A27-AN11-04 o 63 64 27 80 4 24 1.15
EMP13-063x53-A27-AN15-03 o 63 53 27 75 3 12 1.14
ANGX1506
EMP13-080x53-A32-AN15-04 ° 80 53 32 75 4 16 1.82
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 50-63 63-80
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
| Wrench (insert) WT09IS WT15IS
Grade selection B24 Technical info B527 Cutting data B230

System code B26
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Indexable mllling Square shoulder milling

O Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 35
Milling inserts $%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ©3H35DB8%: & S BB OO0 O
M| DBRBBE B DHRB0O0 O
od] - K 88 O o )
N St DR
S LI K OB BWH €
H
0 wlrl3558580858828838a85 |5
r NN — = ~ — — o o
035550800330 08323802 & |28
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>E>>>>>>>>>>>>>>>>5 | |>>
ANGX110504PNR-GM 84 |04 [} ° o0
ANGX110508PNR-GM 84 |08|e ° ° (I}
—v*‘l' ANGX110520PNR-GM 84 | 2 ° °
ANGX150608PNR-GM 11 [0.8|0 ° ° )
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
a-!
A{\‘ ANGX150608PNR-LH 11 (0.8 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

[a] m kel
8 1 =
© ®
e
L
L
Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth | No. of inserts —
@ | e | od | L | L w
EMP13-032x43-XP32-AN11-02 o 32 43 32 48 115 2 0.61
ANGX1105
EMP13-040x43-XP32-AN11-03 o 40 43 32 55 125 3 12 0.79
EMP13-040x40-XP32-AN15-02 ¢} 40 40 32 55 115 2 0.79
ANGX1506
EMP13-050x53-XP40-AN15-02 ¢} 50 53 40 70 145 2 1.53
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 32-40 40-50
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
| Wrench (insert) WT09IS WT15IS
Grade selection B24 Technical info B527 Cutting data B230

System code B26
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Indexable mllling Square shoulder milling

O Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 35
Milling inserts $%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ©3H35DB8%: & S BB OO0 O
M| DBRBBE B DHRB0O0 O
od] - K 88 O o )
N St DR
S LI K OB BWH €
H
0 wlrl3558580858828838a85 |5
r NN — = ~ — — o o
035550800330 08323802 & |28
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>E>>>>>>>>>>>>>>>>5 | |>>
ANGX110504PNR-GM 84 |04 [} ° o0
ANGX110508PNR-GM 84 |08|e ° ° (I}
—v*‘l' ANGX110520PNR-GM 84 | 2 ° °
ANGX150608PNR-GM 11 [0.8|0 ° ° )
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
a-!
A{\‘ ANGX150608PNR-LH 11 (0.8 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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profile miling  INd@xable milling

Profile milling

BMRO1 0 0 &

—
o| ©
[%]0] 1 vy ) g = - |ed
R L1
L
Weldon shank
Dimensions [mm] Teeth Inserts
Article s | Stock VN
' R |op | e | od | L L | ZDET | SPMT S
s
BMR01-020-XP20-S o 10 20 20 20 50 125 2 2 0.3
ZDET08T2 &
BMR01-020-XP20-M o 10 20 20 20 75 150 2 2 0.3 SPMT0603
BMR01-020-XP20-L o 10 20 20 20 100 200 2 2 0.4
BMR01-025-XP25-S o 12.5 25 23 25 70 150 2 2 0.5
ZDET1103 &
BMR01-025-XP25-M [¢] 12.5 25 23 25 95 175 2 2 06 _____ SPMT0603
BMR01-025-XP25-L o 12.5 25 23 25 100 200 2 2 0.7
BMR01-032-XP32-S o 16 32 31 32 85 175 2 2 0.9
ZDET13T2 &
BMR01-032-XP32-M o 16 32 31 32 100 200 2 2 11 ______ SDMT0903
BMR01-032-XP32-L [¢] 16 32 31 32 150 250 2 2 1.4
BMRO01-040-XP40-S o 20 40 41 40 85 175 3 2 1.4
BMR01-040-XP40-M o 20 40 41 40 100 200 3 2 1.7
BMRO01-040-XP40-L o 20 40 41 40 150 250 3 2 2.1 ZPNT2204 &
BMR01-050-XP40-S o 25 50 45 40 100 200 3 2 1.8 SPMT1204
BMRO01-050-XP40-M [} 25 50 45 40 100 300 3 2 2.8
BMR01-063-XP40-S o 315 63 52 40 100 200 4 2 3
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert ZDETO08T2 & ZDET1103 & ZDET13T2 & ZPNT2204 &
SPMT0603 SPMT0603 SDMT0903 SPMT1204
@D 20 25 32 40-63
w Screw (insert) 143M2.5x5.7 143M2.5%5.7 143M4x8 143M5x%11
(1.0Nm) (1.0Nm) (3.4Nm) (6.7 Nm) /ﬁ-——-—'—

Wrench (insert)

‘&

WTO7IP WTO7IP { w g

/’ Wrench (insert)

i ——
WT15IS WT20IS

System code B26

Grade selection B24 Technical info B527 Cutting data B230

B133

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Profile milling

ZDET L 1.C S d
08 T2 8.4 6.75 2.78 2.8
O  Ideal machining conditions 1103 | 106 | 85 | 3.18 | 2.8
€3 Normal machining conditions 13T3 | 132 | 105 | 397 | 44
Milling inserts €8  Unfavourable machining conditions 2204 | 161 | 127 | 476 | 556
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE DB DB BB OO0 O
M| SB3DBB DB DBHBBROO0 O
W:GE K 8% O o) €
ng N o Y
RTT S & w3 OB DB
H
50 2 |3558RES 880088 gE |5
OO0SSS200000000R3200 & 28]
[oa e e e R e e i aa e ) lfoa R aa N a WY o'a B aa [ ='a R i 'a JYa'a R e |l 04 P4 [ala)
S>>>>>>>>>>>>>>>>>> |5 |5
o ZDET13T3CYR16-PM 16 o o
‘\Uui\.\./,‘
o ZDET08T2CYR10 10
Ly | ZDET1103CYR12.5 12,5 )
v
- ZPNT2204CY(R20) 20
#9 . | ZPNT2204CY(R25) 25
e
S| ZPNT2204CY(R31) 315 o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
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O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 06 03 | 635 | 635 | 3.18 2.8
Milling inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDBHHBBR B B DHBHB OO0 O
M| ©B8355853 D DBHRBOO O
K 8% O @) £3
N & SR
S LI K OB HBH €
H
() oo~ N NN o~ o~ =
N = — b — mn v o ™ s s
1SO r2283R3L2R2SRIIV3L”2 2 58
O03=520800030823a23/0 & 2]
[oa e R e e e R a e R wa ) e Wea WYaa JYe'a MYa'a By o'a WY e'a WY c'a MY c'a B c'a | P4 =z [ala)
SE>>5>>>>>>>>>>>>>>> |5 |>>
SPMT060304-KT o
—
SPMT060304 0.4 ° o
a SPMT120408 08 |0 @ O ® O
——
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O  Ideal machining conditions SDMT L 1.C S d
€5 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 4.4
Milling inserts €% Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHEHBBH DB B BB OO0 O
M| ©S8558 DB DBOBRBOO O
K 8@ O @) o
N & A
S L X OB DBL
H
50 N5sREENgs888ess8sgs [B
r Q22N - |- |55
O03==200000000R3200 & 28]
[~ R R e N e R a N va e}l [faa R 'a i aa B 'a Mfa'a B 'a i a'a B 'a e a N e'a | I~ =z [alya)
S>>>>>>>>>>>>>>>>>5> |5 |>>
SDMT090308 0.8 °
—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Profile milling

Profile milling

BMR02 0 O &

Turning

/ @D ©) od

R L1
. | L
B <
(o)}
£
E Dimensions [mm] Inserts
Article sz | Stock
R @D od L, L -
¥
BMR02-012-G16-S ° 6 12 16 40 110 0.1
BMR02-012-G16-M ° 6 12 16 50 130 0.2 ROHX1203
C BMR02-012-G16-L ° 6 12 16 50 160 0.2
BMR02-016-G20-S ° 8 16 20 45 140 0.3
BMR02-016-G20-M ° 8 16 20 65 170 0.3 ROHX1604
BMR02-016-G20-L ° 8 16 20 65 200 04
= BMR02-020-G25-S ° 10 20 25 60 160 0.5
é BMR02-020-G25-M ° 10 20 25 80 200 0.6 ROHX2005
E BMR02-020-G25-L ° 10 20 25 80 240 0.8
® Ex stock o0 On demand
*< With internal cooling
D Spare parts
Insert ROHX1203 ROHX1604 ROHX2005
@D 12 16 20
c
© O
U 4=
c © . 170M4x10TT 170M5x12TT 170M5x16TT
£ E @ | screw(insery (34 Nm) (6.7 Nm) (6.7 Nm) @/
v QO !
= ,
c
< /Q P

)
/’ Wrench (insert) WT15IS WT20IS WT20IS \

Index

System code B26 Grade selection B24 Technical info B527 Cutting data B230

<
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profile miling  INd@xable milling

ROHX L 1.C S d
O  Ideal machining conditions 12 03 8.5 12 3 4
€3 Normal machining conditions 16 04 | 113 16 4 5
Milling inserts €%  Unfavourable machining conditions 20 05 | 141 | 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORBBRE O S BBk OO0 O
M| SBODBE B BBRROO O
K B O @) o
N & D
S LI X OB BB &
H
50 25585 EoNz880088egE |5
N N = © o = o I o n = = =
O03SS25000000R0RBR0T T |28
[ea Qe N e R a N e R a N wa R aa ) [faa W 'a B a'a B e'a s a B 'a S a'a WY c'a e a R e'a |l I~ =z [alya)
S>>>>>5>5>>>>>>>>>>> |5 [>>
ROHX1604 o °
(<% ) | ROHX1203 oo °
\
ROHX2005 ° ®
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Profile milling

Profile milling

/\
@DJ ************************ od @D ‘ ‘ od
R/ L1 R L1
L ! L
A B
Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
l R @D e od L, L @
BMR03-016-G20-S ° 8 16 16 20 70 150 2 B 0.3
XPHT16
BMR03-016-G20-M ° 8 16 16 20 80 180 2 B 0.4
BMR03-020-G25-S ° 10 20 20 25 80 180 2 B 0.5
BMR03-020-G25-M ° 10 20 20 25 100 200 2 B 0.6
XPHT20
BMR03-020-G25-L ° 10 20 20 25 150 250 2 B 0.7
BMR03-020-G25-XL o 10 20 20 25 110 300 2 B 1
BMR03-025-G25-S ° 12.5 25 25 25 80 180 2 B 0.6
BMR03-025-G25-M ° 12.5 25 25 25 100 200 2 B 0.7
XPHT25
BMR03-025-G25-L o 125 25 25 25 110 250 2 B 0.8
BMR03-025-G25-XL o 12,5 25 25 25 120 300 2 B 1
BMR03-030-G32-S o 15 30 30 32 120 200 2 A 1
BMR03-030-G32-M ° 15 30 30 32 150 250 2 A 1.3 XPHT30
BMR03-030-G32-L o 15 30 30 32 200 300 2 A 1.6
BMR03-032-G32-S [ 16 32 32 32 120 200 2 A 1.1
BMR03-032-G32-M ° 16 32 32 32 150 250 2 A 1.4
XPHT32
BMR03-032-G32-L ° 16 32 32 32 200 300 2 A 1.6
BMR03-032-G32-XL o 16 32 32 32 200 350 2 A 2
BMR03-040-G40-S o 20 40 40 40 120 200 2 A 1.6
BMR03-040-G40-M o 20 40 40 40 150 250 2 A 2 XPHT40
BMR03-040-G40-L ° 20 40 40 40 200 300 2 A 25
® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
“
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profile miling  INd@xable milling

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
@D 16 20 25 30 32 40
=~ Clamp CBHSR1
g Clamp WD-208 WD-208
w Screw (clamp) 160M5x%13 160M5x%13 143M6%16
P (6.7 Nm) (6.7 Nm) (9.1 Nm)
w Screw (insert) 160M2.5%6.5 160M4x10 160M5x13 160M5x13 143M6x16 '
(1.0Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1TNm) %
w Screw (insert) IGOM3.5:08TT '
(27Nm) %
A | Wrench (clamp) WT20IT WT20IT WT25IT ’
l
/ Wrench (insert) WT10IP /
) Wrench (insert) WT20IT WT20IT WT25IT
% Wrench (insert) WTO7P
/ﬂ Wrench (insert) WT15S
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
O  Ideal machining conditions 30 30 6.35 5.8
€3 Normal machining conditions 32 32 6.35 5.8
Milling inserts €%  Unfavourable machining conditions 40 4 | 794 | 68
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &3HRBDBR & B DBHBE OO0 O
M| DBHHDBSH B DBHBRBROO O
K @ O O 58
N St SR
S CCICK OB OBH @
H
[3a] oo N NN o~ o 2
N — — = 5 — m v o fsa) n n
ISO R a0 nLRSSR523N23%2 |2 |55
U03==00/0000R0RBAQC | |28
[ e N e W e R aa ) [faa B 'a e B e'a ifa'a B ca i a'a B 'a ia'a B e'a | I~ =z [alya)
SES>>>>>>>>>>>>>>>>> |5 |=>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
9 XPHT25R1204-GM 1251 9 ()
XPHT30R1506-GM 15 | 11 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Profile milling

Profile milling

2D D od @Dﬁ H D od
R R/ L
L
A B
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
l R @D e od L, L g
BMR03-016-XP20-M ° 8 16 16 20 60 11 2 B 0.2 XPHT16
BMR03-020-XP25-M ° 10 20 20 25 70 127 2 B 0.3
XPHT20
BMR03-020-XP25-L ° 10 20 20 25 80 150 2 B 0.4
BMR03-025-XP25-M ° 12.5 25 25 25 80 137 2 B 0.4 XPHT25
BMRO03-025-XP25-L ° 12,5 25 25 25 100 200 2 B 0.6
BMR03-030-XP32-M ° 15 30 30 32 100 161 2 A 0.8
XPHT30
BMR03-030-XP32-L ° 15 30 30 32 150 250 2 A 1.3
BMR03-032-XP32-M [ 16 32 32 32 100 161 2 A 0.8 XPHT32
BMR03-032-XP32-L o 16 32 32 32 120 250 2 A 1.3
BMRO03-040-XP40-M o 20 40 40 40 100 175 2 A 1.3
XPHT40
BMR03-040-XP40-L ° 20 40 40 40 120 250 2 A 2
BMR03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHTS0
BMRO03-050-XP50-L o 25 50 50 50 150 250 2 A 3.1
® Ex stock o0 On demand
*< With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
o

B140



Profile milling

Indexable milling

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 16 20 25 30 32 40 50
& camp CBHS5R1 | CBHSR1
g Clamp WD-208 | WD-208
w Screw (clamp) 160M5x13 160M5x13 143M6x16 143M6X%16
P 67Nm) | (67Nm) | (9.1Nm) | (9.1Nm)
. 160M2.5%6.5 160M4x10 160M5%13 160M5x13 143M6X%16 143M8x21 '
w Screw (insert)
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) %
w Screw (insert) IGOM3 508TT '
(27 Nm) %
P Wrench WT20T | WT20IT | WT25IT | WT25IT 3
(clamp) G
l
/ Wrench (insert) WT10IP /
) Wrench (insert) WT20IT WT20IT WT25IT WT30IT
% Wrench (insert) WTO7P
/ Wrench (insert) WT15S
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
30 30 6.35 5.8
O  Ideal machining conditions 32 32 6.35 5.8
€3 Normal machining conditions 40 40 7.94 6.8
MiIIing inserts §% Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353588 & G BB 00 O
M| DBBHDBSE BE DHREB0O0 O
K @& O @) o
N &8 SR
S CCICX OB BBH @
H
- R |o|8258585z880088egE |5
a NN et © o = o I o 0 0 = =
0035203000002 BR0/ & 2R
[ R R e R e R el el aa | lfa W a'a W a'a R a'a ifa'a i a'a i a'a i a'a Jifa'a a2 |l I~ P4 [ala)
SE>>5>>>>>>>>>>>>>>> |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 ()
XPHT25R1204-GM 12.5 °
&P | XPHT30R1506-GM 15 |11 .
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 ()
XPHT50R2507-GM 25 ()
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B141

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Profile milling

Profile milling

ad

oD
R

QLT

2]

d

L

Morse taper shank

B142

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' R | oD | e | od | L L g
BMR03-020-MT3-M o 10 20 20 18.7 70 156 2 B 0.4 WPHT20
BMR03-020-MT3-L o 10 20 20 18.7 100 186 2 B 0.4
BMR03-025-MT3-M o 125 25 25 235 70 156 2 B 0.4 XPHT25
BMR03-025-MT3-L o 125 25 25 235 100 186 2 B 0.4
BMR03-030-MT4-M o 15 30 30 28.2 70 189 2 A 0.8 PHT30
BMR03-030-MT4-L o 15 30 30 282 120 229 2 A 1
BMRO03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9 XPHT32
BMRO03-032-MT4-L ° 16 32 32 29.2 100 209 2 A 0.9
BMR03-040-MT5-L o 20 40 40 36.9 920 226 2 A 1.8 XPHT40
BMR03-050-MT5-M ° 25 50 50 46.8 100 236 2 A 2.2 XPHTS0
BMR03-050-MT5-L o 25 50 50 46.8 150 286 2 A 29
® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
o




profile miling  INd@xable milling

Spare parts

Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 20 25 30 32 40 50
=~ Clamp CBH5R1 CBHSR1
g Clamp WD-208 WD-208
w Screw (clamp) 160M5x13 160M5x%13 143M6x16 143M6x16
P (6.7 Nm) (6.7 Nm) (9.1 Nm) (9.1 Nm) f
w Screw (insert) 160M4x10 160M5x13 160M5x13 143M6x16 143M8x21 %
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)
w Screw (insert) I60M3 508TT %
(27Nm) ’
Z
) Wrench (clamp) WT20IT WT20IT WT25IT WT25IT '/
\ -
/ Wrench (insert) WT10IP
) Wrench (insert) WT20IT WT20IT WT25IT WT30IT
/ﬂ Wrench (insert) WT15S
XPHT L S d
20 20 3.97 4
25 25 4.76 4.7
30 30 6.35 5.8
O Ideal machining conditions 32 32 6.35 5.8
&3 Normal machining conditions 40 40 7.94 6.8
MiIIing inserts £%  Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3HBRBDBH & B DBHBsE OO0 O
M| DBHHDBSH B DBHBHEBROO0 O
K @8 O @) 58
N St SR
S CEI OB BBH @
H
(sn) oo N NN n o~ o 2
N — — — = — 58] o [50) s n
ISO RlalgoodldlmrrRoosoagonn ) - =
O03SS2502000030RBR0T & 2]
[ea e e e e R a i va R wa ) lfea Wiyea lYaa JYea MYa'a Y e'a Wi e'a R e'a M 'a R 'a | Pt z [alya)
S>E>>>>>>>>>>>>>>>>5 |5 |[>
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 125 ()
@ XPHT30R1506-GM 15 |11 ()
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
XPHT50R2507-GM 25 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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ad

Compound shank

B144

Dimensions [mm] Inserts
Article sk | Stock Teeth
' R | o0 | e od | L L 9
BMR03-040-XPX-M o 20 40 40 50.8 170 250 2 1.3
BMRO03-040-XPX-L o 20 40 40 50.8 220 300 2 3.1 XPHT40
BMRO03-040-XPX-XL o 20 40 40 50.8 270 350 2 3.5
BMR03-050-XPX-M o 25 50 50 50.8 170 250 2 3.1
BMR03-050-XPX-L o 25 50 50 50.8 200 300 2 338 XPHT50
BMR03-050-XPX-XL o 25 50 50 50.8 270 350 2 4.4
® Ex stock © On demand
*¢ With internal cooling
Spare parts
Insert XPHT40 XPHT50
oD 40 50
ﬂ Clamp CBH5R1 CBH5R1 '
v Screw (clamp) 143M6X16 143M6Xx16 %
P (9.1 Nm) (9.1 Nm)
v Screw (insert) 143M6X%16 143M8x21 %
(9.1 Nm) (16.2 Nm) ’ \
/)~ Wrench (clamp) WT25IT WT25IT ) /
\ -
) Wrench (insert) WT25IT WT30IT
System code B26 Grade selection B24 Technical info B527 Cutting data
o



profile miling  INd@xable milling

O Ideal machining conditions XPHT L S d
€3 Normal machining conditions 40 40 7.94 6.8
Milling inserts £%  Unfavourable machining conditions 50 50 794 | 92
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBRE OB D BHHE OO0 O
M| ©OHHDE D DHR0O0 O
K B O @) o
N &b S
S LI < O&B HBHB o3
H
- R o3850 s880s8:8nds |&
a 2Reefaseagdsdgda- = |85
O03SSS520000302023C & 2]
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
SE>E>>>>>>>>>>>>>>>>> |5 |>>
XPHT40R2007-GM 20 °
&P | XPHT50R2507-GM 25 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
B24 Technical info B527 Cutting data B230
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BMR04 0 O &

old1

ad

gij@__k,

L1

L

Straight shank

Article

sk | Stock

Dimensions [mm]

R @D od

@d1 L,

Inserts

<

BMR04-012-G12-M

ZOHX12

BMR04-012-G12-L

BMR04-016-G16-M

BMR04-016-G16-L

BMR04-020-G20-M

BMR04-020-G20-L

BMR04-025-G25-M

BMR04-025-G25-L

ZOHX16

ZOHX20

ZOHX25

BMR04-030-G32-M

BMR04-030-G32-L

BMR04-032-G32-M

BMR04-032-G32-L

ZOHX30

ZOHX32

® Ex stock

% With internal cooling

Spare parts

0 On demand

Insert ZOHX12 | ZOHX16 | ZOHX20 | ZOHX25 | ZOHX30 | ZOHX32
) 12 16 20 25 30 32
@ | screwlinseryy | 7OMAXIOTT | I7OMSXI2TT | [7OMSXIGTT | [7OMGX20TT | 70MSX2STT | [70M8-25TT
(3.4 Nm) (6.7 Nm) (6.7 Nm) ©1Nm) | (162Nm) | (16.2Nm)
% Wrench (insert) WT15IP WT20IP WT20IP WT20IP 3/
A | Wrench (insert WT30IT WT30IT '

System code B26

B146

Grade selection

B24

Technical info

B527

Cutting data

B230



profile miling  INd@xable milling

ZOHX I.C S d
12 12 1.5 4
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
€3 Normal machining conditions 30 30 7 8
Milling inserts €%  Unfavourable machining conditions 32 32 7 8
ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
Ploosoos ¢ 0% 99% 00
M| BBDHBE D DBHRBOO O
K b5 O @) £3
N & SR
S CCIC OB OBH
H
[3a] oo N NN o~ o 2
N = = " n = m v o o e s
1SO R ooo”"mmﬁmggo‘—oomoomf wn - =
O03SS203000030R0R00 & 2]
[ea e e e e R a i e R wa ) e Wiea WiYaa JYea MYa'a Ry o'a Wi e'a R e'a MY 'a B 'a | P4 z [ala)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
ZOHX1203-GF °
ZOHX1604-GF °
@ ZOHX2005-GF 10 [}
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ , | ZOHX2005-GM 10 o
v ZOHX2506-GM 12,5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Profile milling

Profile milling

BMR04

| G

od

Straight shank

Dimensions [mm] Inserts
Article sz | Stock -~ 1
' R @D | od | @di L, L § *y
BMR04-012-G16-M
ZOHX12
BMR04-012-G16-L
BMR04-016-G20-M
ZOHX16
BMR04-016-G20-L
BMR04-020-G25-M
ZOHX20
BMRO04-020-G25-L
BMR04-025-G32-M
ZOHX25
BMR04-025-G32-L
BMR04-030-G40-M ZOHX30
BMRO04-032-G40-L ZOHX32
® Ex stock o0 On demand

* With internal cooling

Spare parts

Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
oD 12 16 20 25 30 32
’ Screw (insert) 170M4x10TT | I70M5x12TT | I70M5x16TT | 170M6X20TT | 170M8%25TT | I70M8x25TT
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
< | Wrench (insert) WT15IP WT20IP WT20IP WT20IP /3,/
) Wrench (insert) WT30IT WT30IT I
B24 Technical info B527 Cutting data B230
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Grade selection



profile miling  INd@xable milling

ZOHX I.C S d
12 12 1.5 4
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
€3 Normal machining conditions 30 30 7 8
Milling inserts €%  Unfavourable machining conditions 32 32 7 8
ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
Ploosoos ¢ 0% 99% 00
M| BBDHBE D DBHRBOO O
K b5 O @) £3
N & SR
S CCIC OB OBH
H
[3a] oo N NN o~ o 2
N = = " n = m v o o e s
1SO R ooo”"mmﬁmggo‘—oomoomf wn - =
O03SS203000030R0R00 & 2]
[ea e e e e R a i e R wa ) e Wiea WiYaa JYea MYa'a Ry o'a Wi e'a R e'a MY 'a B 'a | P4 z [ala)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
ZOHX1203-GF °
ZOHX1604-GF °
@ ZOHX2005-GF 10 [}
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ , | ZOHX2005-GM 10 o
v ZOHX2506-GM 12,5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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siotmiling  INdexable millin
g

Slot milling

ac
. p
Dimensions [mm] Inserts
i % i ~
Article sz | Stock o0 o o y . . Coupling k o )
e 1]
SMPO01-100x4-K27-SN12-10 o 100 27 45 12 4 25 K 0.2
SMPO01-125x4-K40-SN12-12 o 125 40 56 12 4 32 K 0.3 XSEQ1202
SMPO01-160x4-K40-SN12-16 ° 160 40 67 12 4 44 K 0.5
SMP01-100x5-K27-SN12-10 o 100 27 45 12 5 25 K 02
SMP01-125x5-K40-SN12-12 o 125 40 56 12 5 32 K 03 ----- XSEQ1203
SMPO01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 06 -----
SMP01-100x7-K27-SN12-10 o 100 27 45 12 7 25 K 03
SMPO01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 04 -----
SMP01-160x7-K40-SN12-16 o 160 40 67 12 7 44 K 08 ----- XSEQ1204
SMPO1-200x7-K50-SN12-18 o 20 5 71 12 7 62 K 12
SMP01-250x7-K50-SN12-24 o 250 50 71 12 7 87 K 19 -----
SMP01-100x6-K27-SN12-10 o 100 27 45 12 6 25 K 03
SMP01-125x6-K40-SN12-12 o 125 40 56 12 6 32 K 04 -----
SMPO01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 07 -----
SMP01-200x6-K50-SN12-18 o 200 50 71 12 6 62 K 11 ------ XoEQ12T3
SMPO01-250x6-K50-SN12-24 o 250 50 71 12 6 87 K 17 -----
SMPO01-315x6-K50-SN12-32 o 315 50 72 11.15 6 119.6 K 29 -----
SMP01-100x8-K27-SN12-10 o 100 27 45 12 8 25 K 03
SMPO01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 05 -----
SMPO01-160x8-K40-SN12-16 o 160 40 67 12 8 44 K 09 ----- XSEQ12T4
SMP01-200x8-K50-SN12-18 o 200 50 71 12 8 62 K 14 -----
SMPO1-250x8-K50-SN12-24 o 250 5 71 12 8 87 K 2
® Ex stock © On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Spare parts

Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
oD 63-160 63-160 63-250 63-360 63-250
@ Screw (insert) 191M4x3.2X 191M4x3.2X 191M4x6.1X 191M4x5.1X 191M4x7.1X _-_-\ .
(3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) Z
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP

Technical
Information

Index

XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O Ideal machining conditions 12 T3 | 127 | 127 35 5
€3 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBRE OB B BB OO0 O
M| SRDDER B DLRBEO0 O
od K ®% O o &
N St ST
S ECI X O%B DOBHB %
H
5 NE5sREE0Qs8800828mg5 B oo
Q3555080003332 3823/5 & 28
[a g R R e N~ sl sa Rl aa | fea Rfaa W a'a ifa'a fa'a i a'a i a'a W a'a e a W a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>> |> |[>>
XSEQ1202 o
= | XSEQ1203 o ° °
k Y | XsEQ1204 o
XSEQ12T3 ° ° o
XSEQ12T4 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230

System code

B152



siotmiling  INdexable millin
g

Slot milling
——
U - oc
N S
N &
-
Dimensions [mm] Inserts
. - . —
Article sz | Stock o0 o o y . . Teeth | Coupling k o )
e 1]
SMP01-063x4-A22-SN12-06 o 63 22 32 40 4 14 6 A 0.2
SMP01-080x4-A22-SN12-08 o 80 22 40 40 4 18 8 A 0.4 XSEQ1202
SMP01-100x4-A27-SN12-10 o 100 27 48 50 4 23 10 A 0.6
SMP01-063x5-A22-SN12-06 o 63 22 32 40 5 14 6 A 0.2
SMP01-080x5-A22-SN12-08 o 80 22 40 40 5 18 8 A 0.4 XSEQ1203
SMPO01-100x5-A27-SN12-10 o 100 27 48 50 5 23 10 A 0.7
SMP01-063x7-A22-SN12-06 o 63 22 32 40 7 14 6 A 0.2
SMP01-080x7-A22-SN12-08 o 80 22 40 40 7 18 8 A 0.5
SMP01-10-(-)X7-A27-SN12-10 o 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMPO01-125x7-B40-SN12-12 o 125 40 72 50 7 23 12 B 1.1
SMPO01-160x7-B40-SN12-16 o 160 40 70 60 7 4 16 B 1.4
SMP01-063x6-A22-SN12-06 o 63 22 32 40 6 14 6 A 0.2
SMP01-080x6-A22-SN12-08 o 80 22 40 40 6 18 8 A 0.5
SMP01-100x6-A27-SN12-10 o 100 27 48 50 6 23 10 A 0.7 XSEQ12T3
SMPO01-125x6-B40-SN12-12 o 125 40 72 50 6 23 12 B 1
SMP01-160x6-B40-SN12-16 o 160 40 70 60 6 41 16 B 1.3
SMP01-063x8-A22-SN12-06 o 63 22 32 40 8 14 6 A 0.2
SMP01-080x8-A22-SN12-08 o 80 22 40 40 8 18 8 A 0.5
SMPO01-100x8-A27-SN12-10 o 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMPO01-125x8-B40-SN12-12 o 125 40 72 50 8 23 12 B 1.1
SMP01-160x8-B40-SN12-16 o 160 40 70 60 8 41 16 B 1.5
® Ex stock o On demand
** With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Spare parts

Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
oD 63-160 63-160 63-250 63-250 63-250
@ Screw (insert) 191M4x3.2X 191M4x3.2X 191M4x6.1X 191M4x5.1X 191M4x7.1X _-_-\ .
(3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) Z
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP

Technical
Information

Index

XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O Ideal machining conditions 12 T3 | 127 | 127 35 5
€3 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBRE OB B BB OO0 O
M| SRDDER B DLRBEO0 O
od K ®% O o &
N St ST
S ECI X O%B DOBHB %
H
5 NE5sREE0Qs8800828mg5 B oo
Q3555080003332 3823/5 & 28
[a g R R e N~ sl sa Rl aa | fea Rfaa W a'a ifa'a fa'a i a'a i a'a W a'a e a W a2 | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>> |> |[>>
XSEQ1202 o
= | XSEQ1203 o ° °
k Y | XsEQ1204 o
XSEQ12T3 ° ° o
XSEQ12T4 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230

System code
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siotmiling  INdexable millin
g

Slot milling

\ (]
\
/
N 903 e
] -
- |
>
~
X \
&y
K
Dimensions [mm] Inserts
Article stz | Stock Teeth | Coupling
' @D od @c H a, Ae max a
SMP03-080x8-K27-MP06-10 o 80 27 44 12 8 17.6 10 K 0.2
SMP03-100x8-K32-MP06-14 o 100 32 49 12 8 25.1 14 K 0.3
MPHT0603
SMP03-100x10-K32-MP06-14 o 100 32 49 14 10 251 14 K 0.4
SMP03-125x10-K40-MP06-16 o 125 40 57 14 10 336 16 K 0.6
SMP03-125x12-K40-MP08-12 o 125 40 58.3 16 12 32.6 12 K 0.7
MPHTO0803
SMPO03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 o 160 40 64.6 20 16 47.6 12 K 1.6
SMP03-160x18-K40-MP12-12 o 160 40 65.3 24 18 47.3 12 K 1.9
SMP03-160x20-K40-MP12-12 o 160 40 65.3 26 20 47.3 12 K 2.1
MPHT1204
SMP03-200x16-K50-MP12-14 o 200 50 74.6 20 16 62.6 14 K 2.5
SMP03-200x18-K50-MP12-14 o 200 50 753 24 18 62.3 14 K 29
SMP03-200x20-K50-MP12-14 o 200 50 753 26 20 62.3 14 K 33
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert MPHTO0603 MPHT0803 MPHT1204
@D 80-125 125-160 160-200
. 160M2.5%6.5 160M3x7 160M5x13 ) ( '
W | Screw (insert (1.0 Nm) (1.8 Nm) (6.7 Nm) .<
\ A
/ Wrench (insert) WTO07IP WTO09IP t II X
/’ Wrench (insert) WT20IS ‘ I
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
b_ P &SOROBBRE OB S BB OO0 O
oic T3 M Ssoos o8 ©o8800 O
. ¢ 6
p an | R K 8% O o 2
W N ® OB
L S LI X OB DB &
H
50 3585 EoNz8800838egE |5
r NN =l © o = o I o n n - =
O03SS25000000RCRBROT |T 2]
[ea e N e R a N e R ea N va Ry aa ) [faa W e'a S aa B e'a s a By 'a R w'a WY e'a i 2 JiYe'a )l I~ =z [alya)
S>>>>>5>>>>>>>>>>>>> |> >
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
B1s6



siotmiling  INdexable millin
g

Slot milling
SMP03 Kr:90° 6 @
R »,
~ S
as Q g
IR - H
e e 5 i
« i
i g{zd ac
e
d
A
Dimensions [mm] Inserts
Article sl | Stock Teeth | Coupling
' @D od @c H a, Ae max a
SMP03-080x8-A22-MP06-10 o 80 22 45 40 8 21 10 A 0.4
SMP03-100x8-B27-MP06-14 o 100 27 55 40 8 24.5 14 B 0.6
MPHT0603
SMPO03-100x10-B27-MP06-14 ° 100 27 55 40 10 245 14 B 0.7
SMP03-125x10-B32-MP06-16 o 125 32 65 45 10 333 16 B 1.1
SMP03-125x12-B32-MP08-12 o 125 32 65 45 12 33 12 B 14
SMP03-160x12-B40-MP08-14 o 160 40 80 50 12 44 14 B 1.9 MPHT0803
SMP03-200x12-C40-MP08-18 o 200 40 92 50 12 52 18 @ 3.2
SMP03-125x16-B32-MP12-10 o 125 32 65 50 16 33 10 B 23
SMP03-160x16-B40-MP12-12 o 160 40 80 60 16 45 12 B 23
SMP03-160x18-B40-MP12-12 o 160 40 80 60 18 45 12 B 24
MPHT1204
SMP03-200x16-C40-MP12-14 o 200 40 92 50 16 52 14 @ 3.6
SMP03-200x18-C40-MP12-14 o 200 40 92 50 18 52 14 C 3.9
SMP03-200x20-C40-MP12-14 o 200 40 92 50 20 52 14 C 4.2
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 80-125 125-200 125-200
X 160M2.5%6.5 160M3x7 160M5x%13 / /
WP | screw(insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) ’ \ -
¢~ | Wrench (insert) wWT07IP WTO9IP
/’ Wrench (insert) WT20IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
b_ P &SOROBBRE OB S BB OO0 O
oic T3 M Ssoos o8 ©o8800 O
. ¢ 6
p an | R K 8% O o 2
W N ® OB
L S LI X OB DB &
H
50 3585 EoNz8800838egE |5
r NN =l © o = o I o n n - =
O03SS25000000RCRBROT |T 2]
[ea e N e R a N e R ea N va Ry aa ) [faa W e'a S aa B e'a s a By 'a R w'a WY e'a i 2 JiYe'a )l I~ =z [alya)
S>>>>>5>>>>>>>>>>>>> |> >
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
B1s8



siotmiling  INdexable millin
g

Slot milling

. 9Dy
Pty O—
4 \ | el I /- |
& | 3 | A=
R L1 L1
&, L -
E\* \ A B
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
e @Dmin | ed L, L

SMP05-025x3.0-XP25-QC16-01 ° 40 25 25 89 125 1 acteL

SMP05-039x3.0-XP25-QC16-03 ° 23 39 25 89 125 3

SMP05-044x4.8-XP25-QC22-03 ° 23 44 25 89 125 3 QC22L

® Ex stock o On demand
* With internal cooling
Spare parts
Insert QcC16L QC16L QC22L
@D 25 39 44
v Screw (insert) 160M3.5x10 160M3.5%10 160M5x%13
(2.7 Nm) (2.7 Nm) (6.7 Nm)
/ Wrench (insert) WT15IP WT15IP WT20IP
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling siot miliing

Mi||ing inserts O  Ideal machining conditions QC16 1.C d
€3 Normal machining conditions 16 9.525 4.4
§%  Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE OB DB BB OO0 O
M| SEDBBE DB DBOHRBOO O
K B O @ o
N St SR
S LI K OB DB &
H
N-—rL‘QEENNPNNNmLﬂQNmN; E
= o Ve 8222 83008588858 2 |28
LLLLLLLRLLL2LRRRLQE £ £8
QC16L075-R01 075 | 2 |0. o
QC16L095-RO1 095 | 2 |0.1 o
QC16L100-RO1 1 2 |01 o
QC16L110-RO1 1.1 2 |01 ¢} °
QC16L120-RO1 1.2 2 |01 o
QC16L125-R02 1.25 2 |0.2 °
QC16L130-R02 1.3 2 |02 o
QC16L145-R02 145 | 2 |02 °
QC16L150-R02 1.5 2 |0.2 o
QC16L160-R02 1.6 2 |0.2 °
QC16L165-R02 1.65 2 |02 o
QC16L170-R02 1.7 2 |02 o
QC16L175-R02 1.75 2 |02 o
QC16L185-R02 185 | 25|02 o
QC16L200-R02 2 25 0.2 °
QC16L210-R02 2.1 25 (0.2 o
QC16L210-R05 2.1 25|05 o
QC16L220-R02 2.2 25 (0.2 o
QC16L250-R02 25 | 2502 °
QC16L300-R02 3 3 |0.2 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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siotmiling  INdexable millin
g

Mi||ing inserts O  Ideal machining conditions QC16 1.C d
€3 Normal machining conditions 16 9.525 4.4
& Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORBBHE DB B DBOBH OO0 O
M| SBDODBER B DORBKOO O
) K o% O O 0
9 N & OB
. S % B 08 980 %
H
N—.—QEENN-—NNNMIAONMN; E
LLLLLLLRLLLL2LRRRLQE £ £9
QC22L100-R02 1 2 |0.2 o
QC22L125-R02 1.25 2 |02 o
QC22L145-R02 145 | 2 |02 o
QC22L150-R02 1.5 35102 ¢}
QC22L175-R02 1.75 | 3.5 0.2 o
QC22L185-R02 1.85 | 3.5 0.2 o
QC22L200-R02 2 3502 o
QC22L230-R02 23 | 3502 o
QC22L250-R03 2.5 4 103 o
QC22L265-R03 2.65 4 103 °
QC22L280-R03 2.8 4 103 o
QC22L300-R03 3 4 103 o
QC22L320-R03 3.2 4 103 o
QC22L330-R03 33 4 103 ¢}
QC22L350-R03 3.5 5 103 o
QC22L400-R04 4 5 104 °
QC22L430-R04 43 5 |04 o o
QC22L450-R04 4.5 5 |04 e} o
QC22L480-R04 4.8 5 104 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Highfeed miling  INd@xable milling

High feed milling

XMRO1 Kr:15° 0 & @ 0
% -

_ L (I

[

Yoo L
% (’Z} _
S type insert, Weldon shank
Dimensions [mm] Inserts
Article stz | Stock Teeth
‘ @D od a, ae L L
XMR01-020-XP20-SD06-04C £ o 20 20 0.8 5.8 50 130 4 0.24
XMR01-025-XP25-SD06-03C S o 25 25 0.8 5.8 60 140 3 0.46
SDMTO6T2
XMRO01-025-XP25-SD06-05C sk o 25 25 0.8 5.8 60 140 5 0.44
XMRO01-032-XP32-SD06-06C sk o 32 32 0.8 5.8 70 150 6
XMR01-025-XP25-SD09-02 o 25 25 14 8.8 60 140 2 0.5
XMR01-032-XP32-SD09-03C Kk o 32 32 14 8.8 70 150 3 0.8 SDMTO09T3
XMR01-035-XP32-SD09-03 o 35 32 14 8.8 70 150 3 0.8
XMRO01-040-XP40-SD12-03 ¢} 40 40 1.8 1.7 70 150 3 1.3
SDMT1204
XMR01-040-XP40-SD12-03C £ o 40 40 1.8 11.7 70 150 3 1.2
XMRO01-040-XP40-SD15-02 o 40 40 2.2 14 70 200 2 1.6 SDMT1505
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SDMT06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160
o Clamp WD-204 WD-204 WD-208
v Screw (clamp) 160M4x8.4 160M4x8.4 160M5x13
P (3.4 Nm) (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M2.2x5.5 160M4x8.4 160M5x13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
w Screw (insert) IGOM3.508TT
(27Nm)
/ Wrench (clamp) WT15IP WT15IP WT20IP
% Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling High feed milling

SDMT L 1.C S d
06T2 | 635 | 635 | 258 55
O Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
&3 Normal machining conditions 1204 | 127 | 127 | 476 44
Milling inserts §%  Unfavourable machining conditions 15 05 |15.875|15.875| 556 | 5.5
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B350k & D BHe OO0 |0
0#7 M| S&3DBBE D& BHBROO |O
od] Fil K 8% O @ £
I 1
-l N o o%
\
S S S X O&B HBDB 3
H
50 NssBRnoNcesdnssNanE &
r a — = = ~ — — S o
O03=SS2500000030RBR0C o |28
[ea Qe N o R a R e R a i ~a e} [faa Je'a i aa B e'a e a B oa i w'a B e'a e By e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>5 |5 |[>>
SDMT06T208-DM 0.8 |15 o o o o
a SDMT09T312-DM 1.2 |15 e ° o o °
: SDMT120412-DM 12 |15 | e ° oo
SDMT150520-DM 2 |15 o
SDMT09T312-NM ° o e °
SDMT120412-NM ° o e ° °
SDMT06T208-PM 08 |15|e ° o e o
a SDMTO09T312-PM 1.2 |15 ° o o °
X\ SDMT120412-PM 1.2 |15 ° o )
SDMT150520-PM 2 |15 [} o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Highfeed miling  INd@xable milling

High feed milling

XMRO1 Kr:15° 0 & @ 0

or -~

Dimensions [mm]

Inserts

. - .
Article sz | Stock o0 o . e ) Teeth Coupling

XMR01-040-A16-SD06-07C x o 40 16 0.8 58 40 7 A 0.178
XMR01-050-A22-SD06-07C x o 50 22 0.8 58 40 7 A 0.36
XMR01-050-A22-SD06-08C x o 50 22 0.8 5.8 40 8 A 0.36 SDMTO06T2
XMR01-063-A22-SD06-10C x o 63 22 0.8 5.8 40 10 A 0.53
XMR01-063-A27-SD06-10C £ o 63 27 0.8 5.8 50 10 A 0.57
XMR01-040-A16-SD09-04 o 40 16 1.4 8.8 40 4 ----- A 0.1-8-2
XMR01-040-A16-SD09-04C £ o 40 16 14 8.8 40 4 ----- A 0182
XMR01-040-A16-SD09-05 ¢} 40 16 1.4 8.8 40 5 A 0.181 -
XMR01-050-A22-SD09-04C £ ° 50 22 1.4 8.8 40 4 ----- A 03 -----
XMR01-050-A22-SD09-05C X o 50 22 14 8.8 40 5 ----- A 03 ----- SDMT09T3
XMR01-063-A22-SD09-06C x ° 63 22 14 8.8 40 6 A 0.5 -
XMR01-063-A27-SD09-06C x o 63 27 1.4 8.8 50 6 A 0.6 -
XMR01-063-A22-SD09-07C x o 63 22 1.4 8.8 40 7 ----- A 044
XMR01-063-A27-5D09-07C % o 63 27 14 88 50 7 A
XMR01-050-A22-SD12-03C £ o 50 22 1.8 11.7 40 3 A
XMR01-050-A22-SD12-04C x ° 50 22 1.8 11.7 40 4 ----- A
XMR01-052-A22-SD12-04C x o 52 22 1.8 11.7 40 4 ----- A
XMR01-052-A22-SD12-05C £ o 52 22 1.8 1.7 40 5 ----- A
XMR01-063-A22-SD12-05C £ ° 63 22 1.8 11.7 40 5 A 0.5 -
XMR01-063-A27-SD12-05C x ° 63 27 1.8 1.7 50 5 ----- A 06 -----
XMR01-063-A22-SD12-06C £ o 63 22 1.8 11.7 50 6 ----- A 055
XMR01-066-A27-SD12-05C £ o 66 27 1.8 1.7 50 5 A 0.56 - SDMT1204
XMR01-080-A27-SD12-05C £ ° 80 27 1.8 11.7 63 5 A 0.9 -
XMR01-080-A27-SD12-06C N ° 80 27 1.8 1.7 50 6 ----- A 09 -----
XMR01-080-A27-SD12-07C x o 80 27 1.8 1.7 50 7 ----- A 093
XMR01-080-A27-SD12-08C £ ° 80 27 1.8 1.7 50 8 A 0.92 -
XMRO01-100-B32-SD12-06 ° 100 32 1.8 11.7 50 6 B 1.8 -
XMRO01-100-B32-SD12-06C x ° 100 32 1.8 1.7 50 6 ----- B 18 -----

® Ex stock o On demand

*< With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling
‘ @D od a, ae L
XMRO1-100-B32-SD12-07C x [ 100 32 1.8 11.7 50 7 B
XMRO1-125-B40-SD12-08C x ) 125 40 1.8 11.7 63 8 B SDMT1204
XMRO1-125-B40-SD12-09C x [ 125 40 1.8 11.7 63 9 B
XMRO01-063-A22-SD15-04C N o 63 22 2.2 14 40 4 A
XMRO1-100-B32-SD15-07 o 100 32 2.2 14 50 7 B 1.2 SDMT1505
XMRO01-125-B40-SD15-09 o 125 40 2.2 14 63 9 B 2.9
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SDMTO06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-160 40-160
= Clamp WD-204 WD-204 WD-208
v Screw (clamp) 160M4x8.4 160M4x8.4 160M5x13
P (3.4 Nm) (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M2.2x5.5 160M4x8.4 160M5x%13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M3.5x08TT
(27Nm)
9/ Wrench (clamp) WT15IP WT15IP WT20IP
9/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP

System code ) B26

B166

Grade selection ) B24

Technical info ) B527

Cutting data ) B230



High feed milling

Indexable milling

SDMT L I.C S d
06 T2 | 635 | 635 | 258 5.5
O  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 44
Milling inserts §%  Unfavourable machining conditions 15 05 |15.875|15.875| 556 | 5.5
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35350 & D BHBE OO0 O
a¥7 M| DBHHDBE DEe BHBHOO O
od] Fiil K ©% O O £
I 1
= N S SR
\
S S CCI K O&B HBHB 9B
H
50 NssRTENN a8 n8g nnE |5
r a — = = ~ — — S o
O0T=SS25020000R0RBR0T T |28
e g e R e N ~a R ~ali alilaa ea Rifaa ifaa ifaa lifa'a Rl a'a Mifa'a Wi a'a e a R e | =g P4 [ala)
S>> >>>>>>>>> > > > >
SDMT06T208-DM 0.8 |15 o o o o
a SDMTO09T312-DM 1.2 15| e ° o o °
Z s SDMT120412-DM 1.2 |15 e ° ° oo
SDMT150520-DM 2 |15 o
SDMT09T312-NM o °
SDMT120412-NM ° o e ° °
SDMT06T208-PM 08 |15 e o o e o
a SDMT09T312-PM 1.2 |15 ° o o °
S SDMT120412-PM 1.2 |15 ° o °
SDMT150520-PM 2 |15 o o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

Turning

/\

()
g o) . O] oo
©30
\ 1l ap L1
L
B % -
® W type insert, Weldon shank
o
=
E Dimensions [mm] Inserts
Article sie | Stock Teeth
@D ad a, ae L, L g
XMR01-020-XP20-WP05-02C-M b o 20 20 1.5 3.8 50 130 2 0.2
XMR01-020-XP20-WP05-02-L o 20 20 1.5 3.8 100 180 2 0.3 WPGTO0503
C XMRO01-020-XP20-WP05-02-XL ¢} 20 20 1.5 3.8 130 250 2 0.8
XMRO01-025-XP25-WP06-02C-M sk o 25 25 1.5 4.35 60 140 2 0.4
XMR01-025-XP25-WP06-02-L o 25 25 1.5 435 120 200 2 0.6
XMRO01-025-XP25-WP06-02-XL o 25 25 1.5 4.35 180 300 2 1
XMR01-032-XP32-WP06-03C-M £ o 32 32 1.5 435 70 150 3 0.8
oy WPGT0604
= XMRO01-032-XP32-WP06-03-L o 32 32 1.5 4.35 120 200 3 1
E XMR01-032-XP32-WP06-03-XL o 32 32 1.5 435 180 300 3 1.6
XMRO01-040-XP32-WP06-03C-M sk o 40 32 1.5 4.35 50 150 3 0.9
XMRO01-040-XP32-WP06-03-XL o 40 32 1.5 435 50 300 3 1.8
® Ex stock o On demand
* With internal cooling
D Variable lead angle (lead angle ist hier dependent on size of inserts)
lead angle: WPGTO5: 16° WPGTO06: 22°; WPGTO08: 11°; WPGT09: 21°
_ c
S :8 Spare parts
S g Insert WPGT0503 WPGT0604
(U] S
R Ke) @D 20 25-40
=
W | screw(insert) I60M3.5%6.5 160M4x8.4 /
(2.7 Nm) (3.4 Nm)
¢~ | Wrench (insert) wT10IP WT15IP
<
(9]
o
=
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B16s .



Highfeed miling  INd@xable milling

O Ideal machining conditions WPGT I.C S d
€3 Normal machining conditions 05 03 7.94 35 4
Milling inserts §%  Unfavourable machining conditions 06 04 | 9525 | 4.2 4.4
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBRE OB S BB OO0 O
{f: M| DBBHBEE D DHR0O0 O
- K 8% O O %
L .'_ -
~4 N & o8
S S LI X OB BB &
H
50 NsSRTENN a8 Y n8g a5
r ceQ2E8RaIFI4&~- |- |a5
0035202000002 830/c & |28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> |> |>>
WPGT050315ZSR-PM 1.5 °
@9 | WPGT060415ZSR-PM 15 | @ oo .
L
WPGT050315ZSR 15 | e ° °
9 | WPGT060415ZSR 15 |o . o o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

W type insert, Arbor mounting

Dimensions [mm] Inserts
Article sz | Stock o0 o . e ) Teeth Coupling @
==

XMR01-050-A22-WP06-04 ° 50 22 1.5 4.35 50 4 A 0.4
XMR01-050-A22-WP06-04C x ° 50 22 1.5 4.35 50 4 A 0.4 WPGTOG04
XMRO01-050-A22-WP08-03 o 50 22 1.5 5.66 50 3 A 04
XMRO01-063-A27-WP08-04 ° 63 27 1.5 5.66 50 4 A 0.7 -
XMR01-063-A22-WP08-04C £ ° 63 22 1.5 5.66 50 4 A 0.7 -
XMR01-063-A27-WP08-04C x o 63 27 1.5 5.66 50 4 A 07 -----
XMRO01-080-A27-WP08-05C x ) 80 27 1.5 5.66 63 5 - A 15 ----- WPGT0806
XMRO1-100-B32-WP08-06 ° 100 32 1.5 5.66 63 6 B 2.2 -
XMRO01-125-B40-WP08-07 ° 125 40 1.5 5.66 63 7 B 3.5 -
XMRO01-160-B40-WP08-08 o 160 40 1.5 5.66 63 8 - B 6 ------
XMR01-063-A22-WP09-03C x o 63 22 3 6.8 50 3 A 0.7
XMRO01-080-A27-WP09-04C x ] 80 27 3 6.8 63 4 A 14 -
XMRO01-100-B32-WP09-05 o 100 32 3 6.8 63 5 - B 2.-1 ------ WPGT0907
XMRO01-125-B40-WP09-06 o 125 40 3 6.8 63 6 - B 37 -----
XMRO01-160-B40-WP09-07 o 160 40 3 6.8 63 7 B 6.3 -

® Ex stock o On demand
* With internal cooling

Variable lead angle (lead angle ist hier dependent on size of inserts)

lead angle: WPGTO05: 16° WPGTO06: 22°; WPGTO08: 11°; WPGT09: 21°

System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Highfeed miling  INd@xable milling

Spare parts

Insert WPGT0604 WPGT0806 WPGT0907
@D 50 50-160 3-160
a Clamp WD-208 WD-208
v Screw (clamp) 160M5x13 160M5x%13
P (6.7 Nm) (6.7 Nm)
v Screw (insert) 160M4x8.4 160M5x13 160M5x13
(3.4 Nm) (6.7 Nm) (6.7 Nm)
) Wrench (clamp) WT20IT WT20IT
| Wrench (insert) WT15IS
) Wrench (insert) WT20IT WT20IT
WPGT 1.C S d
O  Ideal machining conditions 06 04 | 9525 4.2 4.4
€3 Normal machining conditions 08 06 | 1285 | 6.35 5.5
Milling inserts €%  Unfavourable machining conditions 09 07 15 7 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB BDBH & Bk DBHBsE OO0 O
M| SBDHHR B DHBHRBOO O
K @8 O @) £8
N St SR
S e Sk O%B BB €
H
(sn) oo N NN n o~ o 2
N = — n B = [5) o o0 N N
1SO rR2ddnLReeRsSlNR2L2 |2 |55
C0J3==30Q000TRATRBRTC |T (28
[ea e e e e R a e R wa ) lfea Wiyea WiYaa JiYea MYa'a Y o'a Wi e'a S e'a MY 'a B 'a | P4 z [ala)
S>E>>>>>>>>>>>>>>>>> |5 |>5>
Py X WPGT060415ZSR-PM 15 |e L) °
‘@9 | WPGT080615ZSR-PM 15 |o oo .
S \pGT09072575R-PM 25 .
@ WPGT060415ZSR 15 |e ° ° °
6 | WPGT080615ZSR 15 @ . o o
~~— | WPGT090725ZSR 2.5 ° o e
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Bore milling Indexable millin
g

Bore milling

XMPO1 Kr:90° 0 @

@D

ap} [~

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling v
' @0 | od | b | a L @
XMP01-080%18-B27-CNE1210-08 ° 80 27 18 15 50 8 B 0.67
XMPO01-100%18-B32-CNE1210-08 ° 100 32 18 20 50 8 B 0.99
XMP01-125%27-B40-CNE1210-15 ° 125 40 27 225 63 15 B 2.46
XMPO01-160%27-C40-CNE1210-18 ° 160 40 27 25 63 18 C 37 CNET2
XMP01-200%27-C60-CNE1210-21 ° 200 60 27 31.5 63 21 C 5.46
XMP01-250%*36-C60-CNE1210-32 ° 250 40 36 56.5 63 32 C 9.79
XMP01-315%36-D60-CNE1210-42 ° 315 60 36 47.5 63 42 D 17.65
XMP01-400*36-D60-CNE1210-52 ° 400 60 36 36 63 52 D 27.36
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert CNE12
oD 80-400
)
v Screw (insert) I60M4x12
(34Nm)
it '
/ Wrench (insert) WT15IP '
System code B26 Grade selection B24 Technical info B527 Cutting data B230

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Bore milling

O Ideal machining conditions CNE L S d
€3 Normal machining conditions 12 12.8 6.35 4.4
MiIIing inserts €% Unfavourable machining conditions
CN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ©3H35DB8%: & D BHBe OO0 |0
R
c M| Ssoon 8% 908800 |0
w K By O @) o
N St DR
S CCIE X OB HBEH €3
H
N =R AR NAN oA NNmWLoNm NS E
ISO RCIWIRRIAID LRSI TNRINE |2 58
VUU=SZ=2=20000000nYalVnyvul Y = N
[a g R e R e N el aa l sa lfaa |l aa faa W a'a Jfa'a fa'a i a'a i a'a Wi a'a e a R a2 | I~ P4 [ala)
S>> >>>>>>>>>>5 > > >
CNE121006A 04 |10 °
@
CNE121006B 0.6 |10 o °
=
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

<
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Tsiotmiing  INdexable milling

T-slot milling

TMPO1 Kr: 90° 0

2 A

L1

L2

@D |-

L3

=

Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth |No. of inserts|T-slot specifi-
@D | @D, od L, L, Ls cation

TMPO01-021-XP25-MP06-01 ° 21 25 10 100 32 9 1 2 12

MPHT0603
TMPO01-025-XP25-MP06-01 ° 25 25 12 100 35 1 1 2 14
TMP01-032-XP32-MP08-02 ° 32 32 15 110 45 14 2 4 18 MPHT0803
TMP01-040-XP32-MP12-02C sk ] 40 32 19 125 55 18 2 4 22
TMP01-050-XP40-MP12-02C sk [ 50 40 25 140 65 22 2 4 28 MPHT1204
TMPO01-060-XP50-MP12-02 ° 60 50 32 160 80 28 2 6 36

® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 21-25 32 40-60
v Screw (insert) 160M2.5x5.5 160M3x7 160M5%10
(1.0 Nm) (1.8 Nm) (6.7 Nm) y
y )
< | Wrench (insert) WTO7IP WTO09IP :
e
/ﬁ Wrench (insert) WT20IT ‘
Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling ot miliing

Turning

Milling

N

Drilling

O

Technical
Information

Index

MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
b_ P &SOROBBRE OB S BB OO0 O
oic T3 M Ssoos o8 ©o8800 O
. ¢ 6
p an | R K 8% O o 2
W N ® OB
L S LI X OB DB &
H
50 3585 EoNz8800838egE |5
r NN =l © o = o I o n n - =
O03SS25000000RCRBROT |T 2]
[ea e N e R a N e R ea N va Ry aa ) [faa W e'a S aa B e'a s a By 'a R w'a WY e'a i 2 JiYe'a )l I~ =z [alya)
S>>>>>5>>>>>>>>>>>>> |> >
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B176 v



Helicalmiling  INd@xable milling

Helical milling

] @D s 5 D od
©
e
L1
L
Weldon shank
Dimensions [mm] Teeth Inserts
Article sz | Stock Teeth Shank type
@D e od L, L row APKT | SPMT
HMPO01-040x55-XP40-SP12-02 ° 40 55 40 95 175 2 1 5 Weldon APKT1504 &
HMPO01-050x55-XP40-SP12-04 ° 50 55 40 95 175 4 2 10 Weldon SPMT1204
® Ex stock o On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 40 50
v Screw (insert) 160M5x%10 160M5x%13
(6.7 Nm) (6.7 Nm) % ﬁ
== !« 8 /
\& \1 ’:.’//
A | Wrench (insert) WT20T WT20T !
Grade selection B24 Technical info B527 Cutting data B230

System code B26
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Indexable mllling Helical milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
e M| SBOOD Be BOHRRO0 O
gdt T K e O O o3
|
- N &8 St
S S LI X OB DB &
H
50 wessBrRasas N8 aRE |b
r . a AN — = = ~N 2 N =3 — — SB
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
E APKT150412-PM 1.2 1127 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SBRBBR OB B BHBe OO0 O
M| B3B3 BE DBHRBOO O
K @ O @) €2
N & St
S LI OB DB &
H
- 855 REESE88es8segE B
r N N k0 © o = o N o ) ) = I
O03SS25000000R0RBR0E |& |28
(e g a R a Nva R <a e e a iy aa ) [fea i aa Wiy aa R aa Yo' i 'a Y a'a i a'a JiYaa i a'a P~ =z [alya)
S>>>>>5>5>>>>>>>>>>5 | >
SPMT120408-PM 0.8 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230

B178



Helicalmiling  INd@xable milling

Helical milling

Dimensions [mm] Teeth Inserts
Article s | Stock Teeth row Shank type
@D e L, L APKT | SPMT
HMPO01-050x84-BT50-SP12-04 o 50 84 145  246.8 4 2 16 BT
HMPO01-050x84-JT50-SP12-04 o 50 84 145  246.75 4 2 16 JT
HMPO01-063x74-BT50-SP12-04 ] 63 74 135 236.8 4 2 14 BT
HMPO01-063x74-JT50-SP12-04 ¢} 63 74 135 236.75 4 2 14 JT
HMPO01-063x104-BT50-SP12-04 o 63 104 165  266.8 4 2 20 BT
HMP01-063x104-JT50-SP12-04 ° 63 104 165 26675 4 2 20 T APKT1504 &
HMP01-063x134-BT50-SP12-04 o 63 134 195 296.8 4 2 26 BT SPMT1204
HMPO01-063x134-JT50-SP12-04 ¢} 63 134 195 296.75 4 2 26 JT
HMPO01-080x104-BT50-SP12-04 o 80 104 165 266.8 4 2 20 BT
HMPO01-080x104-JT50-SP12-04 ¢} 80 104 165 266.75 4 2 20 JT
HMPO01-080x144-BT50-SP12-04 o 80 144 205 306.8 4 2 28 BT
HMPO01-080x144-JT50-SP12-04 o 80 144 205 306.75 4 2 28 JT
® Ex stock © On demand
*¢ With internal cooling
Spare parts
Insert APKT1504 & SPMT1204
@D 50-80
S
v Screw (insert) l?g,;/lilﬂ)o -
/’ Wrench (insert) WT20IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Helical milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
e M| SBOOD Be BOHRRO0 O
gdt T K e O O &3
|
- N &8 St
S S LI X OB DB &
H
50 wessBrRasas N8 aRE |b
r . a AN — = = ~N 2 N =3 — — SB
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
E APKT150412-PM 1.2 1127 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SBRBBR OB B BHBe OO0 O
M| B3B3 BE DBHRBOO O
K @ O @) €2
N & St
S LI OB DB &
H
- 855 REESE88es8segE B
r N N k0 © o = o N o ) ) = I
O03SS25000000R0RBR0E |& |28
(e g a R a Nva R <a e e a iy aa ) [fea i aa Wiy aa R aa Yo' i 'a Y a'a i a'a JiYaa i a'a P~ =z [alya)
S>>>>>5>5>>>>>>>>>>5 | >
SPMT120408-PM 0.8 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230

B18so



Helicalmiling  INd@xable milling

Helical milling

HMPO1 EC Kr: 90° 0

~f

N\
- ;—‘;':’Xﬂ S

0\

A} ’

@D

Turning

Milling

N

Drilling

O

Technical

Information

Index

Dimensions [mm] Teeth Inserts
Article s | Stock Teeth row Shank type
@D e L, L APKT | SPMT
HMPO01-050x84EC-BT50-SP12-04 o 50 84 145 2468 4 2 16 BT
HMPO01-050x84EC-JT50-SP12-04 ° 50 84 145  246.75 4 2 16 JT
HMPO01-063x74EC-BT50-SP12-04 o 63 74 135 236.8 4 2 14 BT
HMPO01-063x74EC-JT50-SP12-04 ¢} 63 74 135 236.75 4 2 14 JT
HMPO01-063x104EC-BT50-SP12-04 o 63 104 165  266.8 4 2 20 BT
HMP01-063x104EC-JT50-SP12-04 o 63 104 165 26675 4 2 20 T APKT1504 &
HMP01-063x134EC-BT50-SP12-04 o 63 134 195 296.8 4 2 26 BT SPMT1204
HMPO01-063x134EC-JT50-SP12-04 ° 63 134 195 296.75 4 2 26 JT
HMPO01-080x104EC-BT50-SP12-04 o 80 104 165 266.8 4 2 20 BT
HMPO01-080x104EC-JT50-SP12-04 ¢} 80 104 165 266.75 4 2 20 JT
HMPO01-080x144EC-BT50-SP12-04 o 80 144 205 306.8 4 2 28 BT
HMPO01-080x144EC-JT50-SP12-04 o 80 144 205 306.75 4 2 28 JT
® Ex stock o0 On demand
*¢ With internal cooling
Spare parts
Insert APKT1504 & SPMT1204|APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 50 63 80

“ Indexable head 050EC 063EC 080EC e
& | screw(head) M10x50 M10x50 M12x55 X

(16.6 Nm) (16.6 Nm) (25.2 Nm)
w Screw (insert) 160M5x13 160M5x13 160M5x13

(6.7 Nm) (6.7 Nm) (6.7 Nm)
¢ | Wrench (head) WHSO0L WHSO0L WH100L
/’ Wrench (insert) WT20IS WT20IS WT20IS
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Helical milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
e M| SBOOD Be BOHRRO0 O
gdt T K e O O o3
|
- N &8 St
S S LI X OB DB &
H
50 wessBrRasas N8 aRE |b
r . a AN — = = ~N 2 N =3 — — SB
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
E APKT150412-PM 1.2 1127 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SBRBBR OB B BHBe OO0 O
M| B3B3 BE DBHRBOO O
K @ O @) €2
N & St
S LI OB DB &
H
- 855 REESE88es8segE B
r N N k0 © o = o N o ) ) = I
O03SS25000000R0RBR0E |& |28
(e g a R a Nva R <a e e a iy aa ) [fea i aa Wiy aa R aa Yo' i 'a Y a'a i a'a JiYaa i a'a P~ =z [alya)
S>>>>>5>5>>>>>>>>>>5 | >
SPMT120408-PM 0.8 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection Technical info B527 Cutting data B230

B182



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° 0

307

od

L1

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
: o0 | od L L -~
—
CMZ01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMZ01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMZ01-032-G32-SP12-03 32 32 40 180 3 1.1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
Technical info B527 Cutting data B230

System code B26

Grade selection
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB S8 BB OO0 O
M| 85836 B BBRROO O
K e O @) &
N &8 S
S LI X OB BB €&
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
0035250380000 R0RBR00 T 2R
[~a Qe e e e e N va e | a'a Wi a Wiy 'a R a'a WY o'a R 'a WY 'a Wi o'a Wi 'a B 2 | 974 P [alya)
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
SPMT120408 08 |0 @ O ® O o
—-—
e Exstock 0 Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B184 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° 0

307

)

od

L1

L

A A
b Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
: o0 | od L L -~
—
CMZ01-025-XP25-SP12-02 ° 25 25 40 120 2 0.6
CMZ01-032-XP32-SP12-03 32 32 40 180 1 SPMT1204
CMZ01-012-XP20-SP12-01 12 20 40 100 1 0.2
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B24 Technical info B527 Cutting data B230

System code B26

Grade selection
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
M| DBRBBE B BBRROO O
K e O @ &3
N &8 St
S LI X OB DB &
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
a SPMT120408 08 |0 @ O ® O o
—-—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
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Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° 0

45,

od

L1

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
: o0 | od L L -~
—
CMAO01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMAO01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMAO01-032-G32-SP12-03 32 32 40 180 3 1.1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
Technical info B527 Cutting data B230

System code B26

Grade selection

B24
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
M| DBRBBE B BBRROO O
K e O @ &3
N &8 St
S LI X OB DB &
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
a SPMT120408 08 |0 @ O ® O o
—-—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
B18s



Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° 0

e
o]

45,

0

od

L1

L

Weldon shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMAO01-012-XP20-SP12-01 ° 12 20 40 100 1 0.2
CMAO01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMAO01-032-XP32-SP12-03 32 32 40 100 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B24 Technical info B527 Cutting data B230

System code B26
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB DB BB OO0 O
M| DBRBBE B BBRROO O
K e O @ &3
N &8 St
S LI X OB DB &
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
O03SS25000000R0RBR0C |T 2]
[ea e N e R a N e R aa i va Ry aa ) [fa W e'a i aa B e'a e a B 'a R w'a WY e'a e a R e'a )l I~ =z [alya}
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
a SPMT120408 08 |0 @ O ® O o
—-—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
<o
B190



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° 0

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMDO01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMD01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMDO01-036-G32-SP12-03 36 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B24 Technical info B527 Cutting data B230
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB S8 BB OO0 O
M| 85836 B BBRROO O
K e O @) &
N &8 S
S LI X OB BB €&
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
0035250380000 R0RBR00 T 2R
[~a Qe e e e e N va e | a'a Wi a Wiy 'a R a'a WY o'a R 'a WY 'a Wi o'a Wi 'a B 2 | 974 P [alya)
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
SPMT120408 08 |0 @ O ® O o
—-—
e Exstock 0 Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B192 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° 0

e
o]

oc] -

L

Weldon shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMDO01-012-XP20-SP12-01 ° 12 20 40 100 1 0.2
CMD01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMDO01-036-XP32-SP12-03 36 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B24 Technical info B527 Cutting data B230
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBDBDBR OB S8 BB OO0 O
M| 85836 B BBRROO O
K e O @) &
N &8 S
S LI X OB BB €&
H
- 3585 EoNz880088egE |5
r N N =l e e = o I o 0 n = =
0035250380000 R0RBR00 T 2R
[~a Qe e e e e N va e | a'a Wi a Wiy 'a R a'a WY o'a R 'a WY 'a Wi o'a Wi 'a B 2 | 974 P [alya)
S>>>>>>>>>>>>>>>>>> |> |>>
SPMT120408-HT-1 0.8 o
——
SPMT120408 08 |0 @ O ® O o
—-—
e Exstock 0 Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B194 v



acHseries  INdexable milling

Profile milling A

QCH - XPHT & @

Turning

@D+

Inserts

Milling

Dimensions [mm]

Article sl | Stock Teeth
' @0 | @0, | a, | L | MD <

QCH-16-XPHT16-M10 ° 16 17 16 28 10 2 0.036 XPHT16
QCH-20-XPHT20-M12 o) 20 19 20 30 12 2 0.051 XPHT20
QCH-25-XPHT25-M12 ° 25 24 25 35 12 2 0.071 XPHT25 C
QCH-30-XPHT30-M16 ° 30 29 30 45 16 2 0.14 XPHT30
QCH-32-XPHT32-M16 ® 32 30 32 45 16 2 0.162 XPHT32
® Ex stock o0 On demand
* With internal cooling o
c
=
(a)
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32
v Screw (insert) 160M2.5%6.5 160M4x10 160M5x%13.2 160M5x%13.2
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) D
w Screw (insert) 160M3 5x08TT
(27Nm)
< | Wrench (insert) WT10IP c
© O
| Wrench (insert) WT20IT WT20IT i
<c €
[U) S
/ Wrench (insert) WTO7P |2 N
c
/ Wrench (insert) WT15S
<
(0]
©
£
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
O  Ideal machining conditions 25 25 | 476 | 47
€3 Normal machining conditions 30 30 6.35 5.8
Milling inserts €8  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODBHBHBH DB B BB OO0 O
M| B3O8 B BVBBBROO O
K 8 O @) €3
N &8 SR
S CCIE K OB DB £
H
3] o o~ N NN n o~ o~ 2
N = = n = ™M [=} [52) o s
1ISO R qooogﬂgﬁmggo‘—ooﬁ‘oomg \n — =
O09==200Q/0003RATRTAJL | =28
DO DO DO DD D DD DDODDDDODZ P4 [ala)
SE>E>>>>>>>>>>>>>>>>5 |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
&P | XPHT25R1204-GM 125 .
XPHT30R1506-GM 15 |11 °
XPHT32R1606-GM 16 | 9 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B196



acHseries  INdexable milling

High-feed mills

QCH-SDMT Kr: 15° 0 & @

JI

L
Dimensions [mm] Inserts
Article sk | Stock Teeth
' @b | oD, L MD
QCH-20-SDMT06-M10-03 ° 20 19 30 10 3 0.058
QCH-25-SDMT06-M12-04 ° 25 24 35 12 4 0.097 SDMT06T2
QCH-32-SDMT06-M16-05 o 32 30 45 16 5 0.183
QCH-25-SDMT09-M12-02 o 25 24 35 12 2 0.088
QCH-30-SDMT09-M16-03 ° 30 29 45 16 3 0.176 SDMT09T3
QCH-35-SDMT09-M16-03 o 35 30 45 16 3 0.216
QCH-32-SDMT12-M16-02 ° 32 30 45 16 2 0.175
QCH-35-SDMT12-M16-02 o 35 30 45 16 2 0.2 SDMT1204
QCH-40-SDMT12-M16-03 o 40 30 45 16 3 0.3
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SDMT06T2 SDMT09T3 SDMT1204
@D 20-35 25-35 32-40
/= Clamp WD-204 WD-204
v Screw (clamp) ICOMAx8.4
(34Nm)
w Screw (clamp) I50M3.5x4
(2.7 Nm)

v Screw (insert) 160M2.2x5.5 160M4x8.4 160M4x8.4

(0.8 Nm) (3.4 Nm) (3.4 Nm)
¢~ |Wrench (clamp) WT10IP WT15IP
/ Wrench (insert) WTO7IP WT15IP WT15IP
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

SDMT L 1.C S d
O  Ideal machining conditions 06T2 | 635 | 635 | 258 | 55
€5 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & S BHe OO0 |0
0#7 M| DRHODBEE D BHRRBOO O
ool daidi. K 88 O o %
I 1
== N & D
n S SO 06 OO0 %
H
50 3585 EoNz8800838egE |5
r | a NaAm 2RI LRNYRILAL=- |2 |55
O0J3==32c3co00l02838c | 28
[ R R e N e R ~a l e R aa |l aa WY aa i a'a Jfa'a Jifa'a i a'a i a'a i a'a Jifa a a2 |l I b4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
SDMT06T208-DM 0.8 | 15 o o o o
SDMTO09T312-DM 12 |15 | e ° o o )
SDMT120412-DM 1.2 |15 e ° ° o o
SDMTO09T312-NM ° o e °
SDMT120412-NM ° o e ° °
SDMTO06T208-PM 08 |15 | e ° o e o
@9 | SDMT09T312-PM 12 15 . o o o
WSS | SDMT120412-PM 12 |15 ° o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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QCH series

Indexable milling

High-feed mills

QCH-WPGT Kr: 11°-22° 0

MD
D1

Dimensions [mm]

Inserts

Article sie | Stock Teeth
' @b | oD, L MD
QCH-20-WPGT05-M10-02 o 20 18 30 10 2 0.056 WPGT0503
QCH-25-WPGT06-M12-02 o 25 21 35 12 2 0.097
QCH-32-WPGT06-M16-03 ° 32 29 43 16 3 0.185
WPGT0604

QCH-35-WPGT06-M16-03 ° 35 30 45 16 3 0.201
QCH-42-WPGT06-M16-04 o 42 29 43 16 4

QCH-35-WPGT08-M16-02 ° 35 30 45 16 2 0.196 WPGT0806
® Ex stock o On demand
* With internal cooling
Variable lead angle (lead angle ist hier dependent on size of inserts)

lead angle: WPGTO05: 16°, WPGTO06: 22°; WPGTO08: 11°; WPGT09: 21°

Spare parts
Insert WPGT0503 WPGT0604 WPGT0806
@D 20 25-42 35
8| camp WD-208
v Screw (clamp) 160M5x13
(6.7 Nm) ‘
v Screw (insert) 160M4x8.4 160M5x%13
(3.4Nm) (6.7 Nm) 9
v Screw (insert) 160M3.5x
(27Nm)

) Wrench (clamp) WT20IT

) Wrench (insert) WT20IT

<~ | Wrench (insert) WT10P WT15P

System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

WPGT 1.C S d
O  Ideal machining conditions 05 03 7.94 35 4
€3 Normal machining conditions 06 04 | 9525 | 42 4.4
Milling inserts $&  Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P oonoos ¢ o2 908 00 |0
M| S35 B BBRROO0 O
K B O @ o
N &8 St
S LI X OB DB &
H
50 3585 EoNz8800838egE |5
r NN =l © o = o I o n = - =
O03SS25000000RCRBROT |T 2]
[ea e N e R a N e R ea N va Ry aa ) [faa W e'a S aa B e'a s a By 'a R w'a WY e'a i 2 JiYe'a )l I~ =z [alya)
S>>>>>5>>>>>>>>>>>>> |> >
WPGT050315ZSR-PM 1.5 °
@9 | WPGT060415ZSR-PM 15 | e oo .
S | \wpGTos06152Z5R-PM 15 e oo .
WPGT050315ZSR 15 | e ° °
S | WPGT060415Z5R 15 |o . o o
~~— | WPGT080615ZSR 15 | e ° e o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B200



acHseries  INdexable milling

QCH series

QCH - APKT Kr: 90° @

MD
@D+

Dimensions [mm] Inserts
Article sk | Stock Teeth
' @D @D, a, L MD l\ ()
QCH-16-APKT11-M8-02 ° 16 125 10.5 25 8 2 0.028
QCH-20-APKT11-M10-03 ° 20 18 10.5 30 10 3 0.059
QCH-25-APKT11-M12-04 ° 25 21 10.5 35 12 4 0.104 APKT11T3
QCH-32-APKT11-M16-05 ° 32 29 10.5 43 16 5
QCH-40-APKT11-M16-06 ° 40 29 10.5 43 16 6
QCH-25-APKT16-M12-02 o 25 21 10.5 38 12 2 0.09
QCH-32-APKT16-M16-03 ° 32 29 10.5 46 16 3 APKT1604
QCH-40-APKT16-M16-04 o 40 29 10.5 46 16 4
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604
@D 16-40 25-40
, 160M4x8.4 |
v Screw (insert) (34Nm)
v Screw (insert) 160M25x6.5T
(1.0Nm)
9 | Wrench (insert) WTO8IP WT15IP
Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
Milling inserts €2 Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
] s P SOROBBRE OB DB BB OO0 O
; = M| DBRBBE B DHRB0O0 O
wl b ‘b_ _______ R K 88 O o @
j 1"° L) ® os
8 L S & @ 08 B8O &
H
NS ARRARsasYnsgnRE b
150 MBI sssaaeEEnEs8a0T o 2]
LLLLLLLRLLLLLLRR2LLE £ 28
APKT11T304-ALH 04 | 6.5 ° o0
m APKT11T308-ALH 0.8 | 6.5 ° o 0
APKT160408-ALH 0.8 |9.33 ° o0
APKT11T304-APF 04 | 6.5 °
fg APKT11T308-APF 0.8 | 6.5 o ° o
APKT160408-APF 0.8 |9.33 ¢} ® O O
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 0.8 | 6.5 o ° ¢} ° e}
APKT11T312-APM 12 | 65 ° ° °
APKT11T316-APM 16 | 6.5 [ ° °
Q APKT11T320-APM 2 |65 ° ° °
— APKT160408-APM 0.8 |9.33 ° [ I} ¢} ° o
APKT160416-APM 1.6 19.33 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° °
APKT11T304-LH 04 | 6.5 o
O APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM ° °
BOR | APkT11T312-NM . .
APKT11T304-PF 04 | 6.5 o o o O o
APKT11T308-PF 08 | 6.5 o
() APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 |9.33 o ¢} ¢} o
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |0 0 O o o o o o
APKT11T308-PM 08 | 65 |0 O O ® 00 o o o o
® APKT11T312-PM 12 | 65 o oo o
NS | APKT11T316-PM 16 | 65 o oo o
APKT160408-PM 08 |933|0 0 0 @ ® O O o o o °
APKT160416-PM 1.6 |933|0 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B202



acHseries  INdexable milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts §%  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 535D & D BHHE OO0 O
r
; pi— M| ©OHHDE D SOHRBOO O
w| f D) f o K 88 O O &
; s N ) 0%
8" L S & B OB B8O &
H
(sn) o~ o N NN n ] o o
N — — — = — I5e) o I5e) o "
1SO rIwlgeellisrgeegselagene L2 ss
O0J3==32c3000030a08a0c | 28
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
APKT11T304-PR 04 | 6.5 o o
&’ APKT11T316-PR 16 | 65 o
APKT11T3XR ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

QCH-RD 0 & @

@D

L
Dimensions [mm] Inserts
Article Stock Teeth
@D @D, L MD e
QCH-16-RD07-M8-02 ° 16 15 25 8 2 0.027
QCH-20-RD07-M10-03 o 20 18 30 10 3 0.058 RDKW0702
QCH-25-RD07-M12-03 o 25 21 35 12 3 0.093
QCH-20-RD10-M10-02 ¢} 20 19 30 10 2 0.054
QCH-25-RD10-M12-02 o 25 24 35 12 2 0.097 RDKW10T3
QCH-32-RD10-M16-03 o 32 30 45 16 3 0.183
QCH-32-RD16-M16-02 o 32 30 45 16 2 0.156 RDKW1605
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RDKWO0702 RDKW10T3 RDKW1605
oD 16-25 20-32 32
v Screw (insert) 160M2.5x5.0 160M4x8 160M5x13 ‘
(1.0 Nm) (3.4 Nm) (6.7 Nm)

€ | Wrench (insert) WTO8IP WT15IP

) Wrench (insert) WT20IT

System code B26 Grade selection B24 Technical info B527 Cutting data B230

N
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acHseries  INdexable milling

O Ideal machining conditions RDKT
€3 Normal machining conditions 10 T3
MiIIing inserts §%  Unfavourable machining conditions
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SOROBHE O B BB OO0 O
M| SO0 O DORROO O
od I K @ O O &3
, N &b B
S L X O%B DBHB €
H
. 2558585 8z88005838a85 |5 |za
Q355080003332 38235 & 28
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
i RDKT10T3MO-MM o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions RDKW 1.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
£%  Unfavourable machining conditions 10 T3 10 3.97 44
Milling inserts 1605 | 16 | 556 | 55
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBHOBHE O B BB OO0 O
M| SBHBHER B OHee00 O
a K @ O O o3
© wad
N &b SR
o
M 15 S S 08 VOB B
H
50 TR N R e e e
Q3555080003838 23 & 28
e g e R e N e R el califaa | ea Rifaa ifaa ifa'a ifa'a Rl a'a lifa'a Wi a'a e a R e | I~ P4 [ala)
S>E>>>>>>>>>>>>>>>>5 |5 |>>
RDKW10T3MO e O o e O o
o RDKW1605MO o o o e}
RDKW0702MO-1 ° o °
o RDKW0702MO-2 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

QCH-RD

Turning

— o
@D

B L
o
£
E Dimensions [mm] Inserts
Article sl | Stock Teeth
' @D | @D, L MD &
QCH-15-RDKW0702-M8-02 ° 15 125 23 8 2
QCH-15-RDKW0702-M8-03 ° 15 125 23 8 3
RDKW0702
C QCH-20-RDKW0702-M10-04 ° 20 18 30 10 4
QCH-25-RDKW0702-M12-05 ° 25 21 35 12 5
QCH-20-RDKW1003-M10-02 ° 20 18 30 10 2
QCH-25-RDKW1003-M12-02 ° 25 21 35 12 2
QCH-25-RDKW1003-M12-03 ° 25 21 35 12 3
g RDKW1003
= QCH-30-RDKW1003-M16-04 ° 30 29 43 16 4
E QCH-35-RDKW1003-M16-04 [ 35 29 43 16 4
QCH-42-RDKW1003-M16-05 [ 42 29 43 16 5
QCH-24-RDKW12T3-M12-02 ° 24 21 35 12 2
QCH-35-RDKW12T3-M16-03 ° 35 29 43 16 3 RDKW12T3
QCH-42-RDKW12T3-M16-04 ° 42 29 43 16 4
D QCH-32-RDKW1604-M16-02 L] 32 29 43 16 2 RDKW1604
® Ex stock © On demand
* With internal cooling
c
© O
3
c
£
E S Spare parts
= Insert RDKW0702 RDKW1003 RDKW12T3 RDKW1604
@D 15-25 20-42 24-42 32
(1) Clamp WX16N
w Screw (clamp) 16OMA5X10
E (5.0Nm)
. Screw (clamp) LOM3.5x7.1
w Screw (insert) 160M2.5%5.0 160M3.5%7.7 160M3.5x7.7 160M4.5x10
(1.0 Nm) (2.7 Nm) (2.7 Nm) (5.0 Nm)
é < | Wrench (insert) WTO7P WT15P WT15P
c
- ) Wrench (insert) WT20T
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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acHseries  INdexable milling

RDKW 1.C S d
07 02 7 2.38 2.7
O Ideal machining conditions 10 03 10 3.18 3.9
€5 Normal machining conditions 12 T3 12 3.97 3.9
Milling inserts €% Unfavourable machining conditions 16 04 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBBHE O B BB OO0 O
M| S85BB8 B DBHeee00 O
a K @ O O €3
© wod
N &b B
o
M 15 S % B 08 BBB %
H
50 NscBRnoNseytnssynnn |5
a o - = = ~ — — S o
035530800330 082323802 |2 |28
e R e R e R e R el el aa | aa Rifaa ifaa fa'a fa'a i a'a Mfa'a Wi a'a e a W e | I~ P4 [ala)
S>> >>>>>>>>>>5 | |[>>
RDKW0702MO-1 ° o °
RDKW0702MO-2 °
RDKW1003MO-1 o e o o0
RDKW1003MO-2 °
RDKW1003MO-3 ° °
\ o RDKW12T3MO-1 o e ¢} oo
RDKW12T3MO-2 () o
RDKW12T3MO-3 ° °
RDKW1604MO-1 ° o e o o
RDKW1604MO-2
RDKW1604MO-3 [¢) ° ° ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

QCH - ZOHX

<

: | EE
L
Dimensions [mm] Inserts
Article sk Stock ) 1
' @D oD, L MD Q
QCH-16-ZOHX16-M8 ° 16 15 28 8 0.029 ZOHX16
QCH-20-ZOHX20-M10 ° 20 19 30 10 0.048 ZOHX20
QCH-25-ZOHX25-M12 ° 25 24 35 12 0.087 ZOHX25
QCH-30-ZOHX30-M16 ° 30 29 45 16 0.17 ZOHX30
QCH-32-ZOHX32-M16 ° 32 30 45 16 0.18 ZOHX32
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 16 20 25 30 32
’ Screw (insert) 170M5%x12TT 170M5Xx16TT 170M6Xx20TT 170M8x25TT 170M8x25TT
(6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
N
V Wrench (insert) WT20IP WT20IP WT20IP
) Wrench (insert) WT30IT WT30IT
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
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acHseries  INdexable milling

ZOHX 1.C S d
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
€3 Normal machining conditions 30 30 7 8
Milling inserts €% Unfavourable machining conditions 32 32 7 8
Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P S3HBHBDBH & D BB OO0 O
M| DBHHDBE D DBHBHOO O
K DB O o &5
N St SN
S CEI OB HDBH o3
H
(sn) oo N NN n o~ o =
N = = nin g [s) o [5) A A
1SO R ooogﬂ(‘-’gﬂmggo\—oomoomg \n — =
003==008/0000R302030/c |0 2]
[ R R a N e R e N e R aa ) [faa B 'a e B 'a e a B ca i a'a B 'a e a B e'a | I~ =z [alya}
S>E>>>>>>>>>>>>>>> > > > >
ZOHX1604-GF °
ZOHX2005-GF 10 °
§° J | ZOHX2506-GF 12,5 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1604-GM 8 °
ZOHX2005-GM 10 °
B
v ZOHX2506-GM 12.5 fe)
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B209
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Indexable mllling QCH series

QCH series

QCH-SDMT-Q 0 & @ 0

PA
-

£

ok

JN—M

‘r'\\’wwt

L
Dimensions [mm] Inserts
Article sl | Stock Teeth
' gb | oD, L MD
QCH-25-SDMT09-Q14-02 £ o 25 24 35 14 2 0.088
SDMT09T3
QCH-35-SDMT09-Q18-03 sk o 35 30 45 18 3 0.216
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SDMTO09T3
oD 25-35
/= Clamp WD-204
v Screw (clamp) 160M4x84
(34Nm)
w Screw (insert) 160M3 5x08TT
(2.7Nm)
% Wrench (insert) WT10IP
B26 Grade selection B24 Technical info B527 Cutting data B230

System code

B210



acHseries  INdexable milling

O Ideal machining conditions SDMT L I.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
MiIIing inserts §%  Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | ODBBBR DB S BB OO0 O
0#7 M| SOH5ER B BBRROO O
od] il K ©% O O £
f 1
an! N (52} S
K S % B 08 980 &
H
- 3585 EoNz8800828egE |5
r a [ — b = ~N 2 N o — — S B
O03SS250080000RORBR0T T |28
[ea e N e R a N e R ~a W wa R aa ) [fa W e'a S a'a B e'a e a B 'a R w'a B e'a e a R e'a I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> |> |>>
SDMT09T312-DM 12 (15| e ° o o o °
SDMTO09T312-NM ° o e °
SDMT09T312-PM 1.2 |15 ° o o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

harkrG oy P P &

@D

Dimensions [mm] Inserts
Article sk | Stock Teeth
' @D @D, a, L MD l\ ()
QCH-16-APKT11-Q10-02 b ° 16 15.2 10.5 28 10 2 0.028
QCH-20-APKT11-Q12-02 S 20 19 10.5 30 12 2 0.059 APKT11T3
QCH-25-APKT11-Q14-03 S 25 24 10.5 35 14 3 0.104
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3
@D 16-25
. 160M2.5%5.5
v Screw (insert) (10Nm)
% Wrench (insert) WTO7IP
Grade selection B24 Technical info B527 Cutting data B230

System code B26

B212



acHseries  INdexable milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts §%  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. Poosoos © o©% 90% 00
r
; pi— M| ©OHHDE D SOHRBOO O
w| o) fl e K 88 O O &
: 1171 N € D3
88 L S % B 08 980 &
H
50 wessRnEagsas N8 SnRE |6
r . [ — b = ~N 2 N o — — S B
OO0SSS2080000N0RBRGL [T 2]
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>>>5 | |>>
APKT11T304-ALH 04 |65 ° L)
m APKT11T308-ALH 0.8 | 6.5 ° L)
APKT11T304-APF 04 |6.5 °
$ APKT11T308-APF 0.8 |6.5 o ° o
.
APKT11T304-APM 04 |6.5 () ° °
APKT11T308-APM 0.8 |6.5 [ ° o ° o
@&V | ApkT11T312-APM 12 |65 . . .
e
APKT11T316-APM 1.6 [6.5 (] ° °
APKT11T320-APM 2 |65 ° ° °
APKT11T304-LH 04 |65
D N
3 APKT11T308-LH 0.8 (6.5
APKT11T308-NM ° °
OB | APkT11T312-NM .
APKT11T304-PF 04 |6.5 o o [oNe) o
() APKT11T308-PF 0.8 |65
o
APKT11T316-PF 1.6 |6.5 o
APKT11T304-PM 04 |65/0 0 O o o o o o
@ APKT11T308-PM 0.8 [65]0 © O O @ OO o O o o
—_— APKT11T312-PM 1.2 |65 o [oN6e) o
APKT11T316-PM 1.6 |65 o o o o
APKT11T304-PR 04 |6.5 o o
&" APKT11T316-PR 16 |65 o
APKT11T3XR ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

'y
QCH-SPGT-Q 0

D1

Dimensions [mm] Inserts
Article sl | Stock Teeth
' gb | oD, L MD -
QCH-16-SPGT05-Q10-45-03 £ o 16 22.6 25 10 3 0.032
SPGT0502
QCH-20-SPGT05-Q12-45-04 b 20 26.6 30 12 4 0.644
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SPGT0502
oD 16-20
. 160M2x4.3
v Screw (insert) (©05Nm)
% Wrench (insert) WTO06IP
Grade selection B24 Technical info B527 Cutting data B230

System code

B214

B26
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acHseries  INdexable milling

Milling inserts

O Ideal machining conditions
€3 Normal machining conditions
§%  Unfavourable machining conditions

SPGT
05 02

SP** drilling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D & B BB OO0 O
B M| SBOSH BB BBBBO0O |0
3 K % O O @
N St S
S CCEK OB BBH @
H
- 3585 EoNz8800828egE |5
a & \n © 9 — o I o 1 ) = =
O03=520800030G52383a3/0 & 2]
e e R e N a R ~a l el aa | lfea Rfaa i a'a fa'a fa'a i a'a M a'a Wi a'a Jifa a R a2 |l I~ P4 [ala)
S>> >>>>>>>>> > > > >
' SPGT050204-EM ° °
- SPGT050204-PM ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable m|||ing QCH shanks & spare parts

Indexable heads shanks

Solid carbide shank, stepped, Q thread

HER - 8
,#4
L
Article Dimensions jmn} Thread Stock
D d1 L L1 M)
G12-QCH-Q08-80C 12 11,5 80 30 Qs °
G12-QCH-Q08-100C 12 11,5 100 50 Q8 °
G12-QCH-Q08-120C 12 11,5 120 70 Q8 °
G16-QCH-Q10-90C 16 15,2 90 40 Q10 °
G16-QCH-Q10-120C 16 15,2 120 70 Q10 °
G16-QCH-Q10-150C 16 15,2 150 100 Q10 °
G20-QCH-Q12-100C 20 19 100 40 Q12 °
G20-QCH-Q12-140C 20 19 140 80 Q12 °
G20-QCH-Q12-180C 20 19 180 120 Q12 °
G25-QCH-Q14-120C 25 24 120 50 Q14 °
G25-QCH-Q14-170C 25 24 170 100 Q14 °
G25-QCH-Q14-220C 25 24 220 150 Q14 °
G32-QCH-Q18-140C 32 30 140 70 Q18 °
G32-QCH-Q18-200C 32 30 200 130 Q18 °
G32-QCH-Q18-260C 32 30 260 190 Q18 °
G32-QCH-Q18-320C 32 30 320 250 Q18 °
Solid carbide shank, tapered, Q thread
Ay
= y
St
L1
L
Article Dimensions [mm] Thread Angle Stock
D d1 L L1 M) A)
G16-QCH-Q08-140C-ZJ90 16 11,5 140 90 Q8 1,0 °
G20-QCH-Q10-200C-ZJ140 20 15,2 200 140 Q8 0.8 °
G25-QCH-Q12-250C-ZJ180 25 19 250 180 Q8 08 °
G32-QCH-Q14-270C-ZJ200 32 30 270 200 Q10 0,8 °
Spare parts
Thread Q8/Q10 Q12/Q14 Q18
/ Wrench QCH-10x13 QCH-16x20 QCH-26

B216



QCH shanks & spare parts Indexable mllllng

Indexable heads shanks

Steel shank, stepped, Q thread

S [a}

,#4

L
oI -
Article imensions {mm Thread Stock
D d1 L L1 (M)

G12-QCH-Q08-65S 12 11,5 65 19 Qo8 °
G16-QCH-Q10-100S 16 15,2 100 42 Q10 °
G20-QCH-Q12-110S 20 19 110 54 Q12 °

Solid carbide shank, stepped, metric thread

L1
L
Article Dimensions [mm] Thread Stock
D d1 L L1 ()
G16-QCH-M8-90C-125 16 12,5 90 35 M8 o)
G16-QCH-M8-110C-125 16 12,5 110 55 M8 ¢}
G16-QCH-M8-130C-125 16 12,5 130 75 M8 o
G16-QCH-M8-90C 16 15 90 35 M8 o
G16-QCH-M8-110C 16 15 110 55 M8 o
G16-QCH-M8-130C 16 15 130 75 M8 o
G16-QCH-M8-170C 16 15 170 115 M8 ¢}
G16-QCH-M8-200C 16 15 200 145 M8 ¢}
G20-QCH-M10-87C 20 18,5 87 30 M10 o
G20-QCH-M10-107C 20 18,5 107 50 M10 o
G20-QCH-M10-127C 20 18,5 127 70 M10 o
G20-QCH-M10-167C 20 18,5 167 110 M10 ¢}
G20-QCH-M10-197C 20 18,5 197 140 M10 o
G25-QCH-M12-128C 25 23 128 65 M12 e}
G25-QCH-M12-148C 25 23 148 85 M12 )
G25-QCH-M12-168C 25 23 168 105 M12 ¢}
G25-QCH-M12-198C 25 23 198 135 M12 o
G25-QCH-M12-228C 25 23 228 165 M12 o
G32-QCH-M16-161C 32 29 161 95 M16 o
G32-QCH-M16-211C 32 29 211 145 M16 ¢}
G32-QCH-M16-281C 32 29 281 215 M16 o
G32-QCH-M16-311C 32 29 311 245 M16 o
G32-QCH-M16-361C 32 29 361 295 M16 o

<
v B217
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Indexable mllling General milling inserts

O  Ideal machining conditions HNGX L 1.C )
€3 Normal machining conditions 09 05 9.16 |15.875] 5.56
Milling inserts €2 Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & S BB 00 O
M| DBHDHBSH D BHBHOO O
K B O O EX]
N &5 DR
S CCICX O& HBHB &3
S
H
0 Y55 REE8s88esesegE |5
r N i © o bli=] I o 0 £ = b
0033530000308 ase & |28
[ R R e R R e R el el oa fa'a Wi a'a Jifa'a Jifa'a S a'a B a'a R a'a Jifa'a R a2 )l I P4 [alya)
S>>>>5>>>>>>>>>>>>>5 |5 |>>
HNGX090530-HDR 3 [oNe)
HDR
&
HNGX090516-MR 1.6
MR | HNGX090520-MR 2
"
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B218



General milling inserts Indexable milllng

O  Ideal machining conditions LNE3 L LW S
€3 Normal machining conditions 2.53 |15875] 476 | 9.525
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
LW P 353508 & S BB OO0 O
. . g
. 0] M| SBODH BH% BOHBBOO |0
: K B O O e
Ll K
i N o oo
: . S LI O&% DBBHB &3
H
56 NsshRnodsaacnssynns |5
r N A 0 © o bli=] I o 0 G = b
OO0J3==353000030a8a3e & |28
[ g R e R e R e R aa W aa | s Rfa'a i a'a ifa'a ifa'a i a'a i a'a i a'a S a'a a2 ) I~ P4 [alya)
S>>>>>>>>>>>>>>>>>5 |5 |>>
LNE32.534 1.6 [olNoRNe)
[E—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling General milling inserts

O  Ideal machining conditions LNCX L LW )
€3 Normal machining conditions 18 06 24 10 6.4
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P 3583558 & S BB 00 O
M| DBHDHBSH D BHBHOO O
K B O @) EX]
16 N &b DR
S LI < O& HBHB &3
H
0 b |N558EE8E88 858 8agE |5
S N D © o = o I o 0 0 = b
0033530000308 ase & |28
[oa R~ R e R a R o N aa R va S aa ) (fa'a J 'a i a'a B 'a s a JY 'a S a'a MY 'a s a MY 'a | I~ =z [alya)
S>>>>>>>>>>>>>>>>>5 | |[>>
LNCX1806AZT11L 2.0 o
LNCX1806AZT11R 2.0 o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B220 v



General milling inserts Indexable milllng

O Ideal machining conditions SNKN L 1.C S
€3 Normal machining conditions 12 04 12.7 12.7 4.76
MiIIing inserts §%  Unfavourable machining conditions 1504 | 15875 15.875| 476
SN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353508 & S BB OO0 O
s M| DBHDBSE D DBHBROO O
bs)
210 = K 88 0 o g
\x:_\%g N & O
Ii_ f S CCIEX O&% DBBHB &3
H
50 bs |be|S5500EOQEEE 088325 |5
S N A 0 © o bl = I o 0 n = b
0035203000000 a3E | (28
[ g R e R e R e R aa W aa | s Rfa'a i a'a ifa'a ifa'a i a'a i a'a i a'a S a'a a2 ) I~ P4 [alya)
S>>>>>>>>>>>>>>>>>5 |5 |>>
SNKN1204ENN 1.5 ° LI}
SNKN1504ENN 1.5 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling General milling inserts

SPCN L 1.C S
12 03 12.7 12.7 1.4
1504 |15875|15875| 1.4

O  Ideal machining conditions
€3 Normal machining conditions

Milling inserts €2 Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & S BB 00 O
“5’ s M| o800 o8 ooss00 O
31C| CGERD K s O @) o]
T4z 15 N e o8
- Il — 1 S CCICX O& HBHB &3
H
- bs |be|S5500EORE28 858325 |5
S e N A = = ~ 2 N o = = = =
0033530000308 ase & |28
[ R R e R R e R el el oa fa'a Wi a'a Jifa'a Jifa'a S a'a B a'a R a'a Jifa'a R a2 )l I P4 [alya)
S>> >>>>>>>>>>5 |5 |[>>
SPCN1203EDSKR 32 1.0 °
SPCN1504EDSKR 48 | 1.0 °
-
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230

<
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General milling inserts Indexable milllng

O  Ideal machining conditions SPMR L 1.C S
€3 Normal machining conditions 0903 | 9.525 | 9.525 | 3.18
MiIIing inserts §%  Unfavourable machining conditions 1203 | 127 | 127 | 318
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 353508 & S BB OO0 O
o0 » M| DBHDBSE D DBHBROO O
oic I K 8% O B &
C_|
N &8 B &%
\ /
) Es S CCIEX O&% DBBHB &3
H
- NssREEaRlEagNesesagE |5
r N A 0 © o bli=] I o 0 G = b
0035203000000 a3E | (28
[ g R e R e R e R aa W aa | s Rfa'a i a'a ifa'a ifa'a i a'a i a'a i a'a S a'a a2 ) I~ P4 [alya)
S>>>>>>>>>>>>>>>>>5 |5 |>>
SPMR090304 0.4 o
SPMR090308 0.8 o
SPMR120304 0.4 °
W= | SPMR120308 0.8 ® O
SPMR120312 1.2 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling General milling inserts
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SPMT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 3.18 | 28
€3 Normal machining conditions 0913 | 9525 | 9.525 | 3.97 4.4
MiIIing inserts €2 Unfavourable machining conditions 1204 | 127 | 127 | 476 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P ODBHBBR B B BHBR OO0 O
; R 11°“ M| SO0 B DBHRBEO0 O
|
N & SR
S LI X OB DBBEL &
H
50 . l9zsRgEogEsacesgeys B |o.
AN M~ = — — —
OU03==500/0000R0a0A0o |0 2]
[oa R~ R e R a R e N a lva S aa ) (faa Joa i a'a B o'a s a JiY ca R w'a N 'a Y a a MY e | I~ =z [alya)
S>>>>>>>>>>>>>>>>>> |- |>>
SPMT120408-HT-1 0.8 [}
HT-1
—
SPMTO09T308-HT 0.8 ° ° o)
HT
—
SPMT060304-KT 0.4 o
KT
—
® Ex stock o0 On demand HC'" Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
N
B224 v



General milling inserts Indexable milllng

O  Ideal machining conditions SP** L 1.C S
€3 Normal machining conditions 1203 | 127 | 127 | 3.18
€8 Unfavourable machining conditions 1504 | 15875 15.875| 476

Milling inserts

Turning

Milling

N

SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P 353508 & S BB OO0 O
PP b 4 1 M| 082008 Q8 908500 0
. / N\
~ | K ®% O @ %
I N S a8
A L S 8 % o8 088 S
H
50 Ncs RN SrnsgSaRE (b
r N A 0 © o bl = I o 0 n = b
0035203000000 a3E | (28
[ g R e R e R e R aa W aa | s Rfa'a i a'a ifa'a ifa'a i a'a i a'a i a'a S a'a a2 ) I~ P4 [alya)
S>> >>>>>>>>>5 | |[>>
SPGN120304 0.4 o
SPGN120308 0.8 o
—
SPUN120308 0.8 ® O o
SPUN120312 1.2 °
SPUN150408 0.8 o
W | SPUN150412 1.2 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling General milling inserts

O  Ideal machining conditions TPKN L 1.C )
€3 Normal machining conditions 16 03 165 | 9525 | 3.18
Milling inserts €2 Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & S BB 00 O
M| DBHDHBSH D BHBHOO O
K B O @) EX]
N &5 DR
S CCICX O& HBHB &3
H
- bs |be|an|S55BEEHREEE 05325 |5
s | be|an oo 2 SCRNLRAFILA ~ - S o
0033530000308 ase & |28
[ R R e R R e R el el oa fa'a Wi a'a Jifa'a Jifa'a S a'a B a'a R a'a Jifa'a R a2 )l I P4 [alya)
S>>>>>>>>>>>>>>>>>5 | |[>>
TPKN1603PDTKR 1.0 |1.2] 11 o
TPKN1603PPER 1.0 |1.2] 11 °
\— TPKN1603PPFR 1.0 |1.2] 11 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technical info B527 Cutting data B230

System code

B226



General milling inserts Indexable milllng

TP** L 1.C S
O  Ideal machining conditions 1103 1 635 | 318
€3 Normal machining conditions 16 03 165 | 9525 | 3.18
MiIIing inserts &2 Unfavourable machining conditions 22 04 22 12.7 4.76
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 355D & D DBHH OO0 O
M| DBBBBE D& BHRWBOO O
K DB& O o %
od N 5 B
o s 8 @ 08 VB8 ©
H
50 NS AREARSsSSrnsgSaRE (b
r N N D =] © ~ o I o 0 0 = =
O0J3==25300003088a3le & 2%
(e g R e R e el el aa ) [foa Rifaa i a'a lfa'a lifa'a Jifa'a Wi a'a W a'a Jifa'a M aa ) I~ P4 [alya)
S>> >>>>>>>>>5 | |[>>
TPMR110304 0.4 °
TPMR110308 0.8 °
TPMR160304 0.4 °
——— TPMR160308 0.8 ® ® O
TPMR160312 1.2 o
TPMR220412 1.2 °
TPUN110304 0.4 °
TPUN110308 0.8 °
TPUN160304 0.4 ° o
TPUN160308 0.8 ® O o o
W | TPUN160312 12 .
TPUN220408 0.8 °
TPUN220412 1.2 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable milling Recommended cutting data

Guide for recommended cutting data - indexable milling

B230

group 1 (FMA07/11/12, FMDO02, EMP09/13) |

Starting values for cu

in]

o
3 HC
Brinell 2
Composition / structure / heat treatment hardness g YBC302 YBC401 YBD152 YBD252
HB -
',:% a,/D a./D a. /D a./D
= 11034 1/5 11]3/4 1/5 1/1]3/4 1/5
ca.0,15%C annealed 125 1 260 300
ca.045%C annealed 190 2 225 255
Unalloyed steel ca.0,45%C tempered 250 3 210 240
ca.0,75% C annealed 270 4 185 210
ca.0,75% C tempered 300 51 170 195 150 170
annealed 180 6 225 255 195 225
tempered 275 7 185 210 160 185
Low-alloyed steel
tempered 300 8 170 195 150 170
tempered 350 9 145 165 125 145
High-alloyed steel and high-alloyed annealed 200 10 130 150 115 130
tool steel hardened and tempered 325 1 95 105 | 80 95
ferritic/martensitic annealed 200 122
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
=
perlitic/ferritic 180 16 370 430 320 370 I
Grey castiron
‘ perlitic (martensitic) 760 77 720 | 255 | 100 | 220
ferritic 160 18 255 295 220 255
Cast iron with s
perlitic 250 1) 170 200 145 170
ferritic 130 20 305 355 265 305
Malleable cast iron
perlitic 230 21 205 240 175 205
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys Gl e Gy 2 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 Bil
Heat-resistant alloys annealed 250 32
Ni or Co bass hardened 350 33
cast 320 34
pure titanium R, 400 35
Titanium alloys
aand B alloys hardened R,, 1050 36
hardened and tempered 55HRC 37
Hardened steel
hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40

T pl: |
Memsewapic | a| ||
,‘

Poscamontemooce | [ a [ | | | [ [ | |
; : | !

Feed rate recommendations on page B248

Forexarpt Frrateriaforeating

Fgroups view page D22.

values are guide values, which were determined under ideal conditions.



Recommended cutting data

Indexable milling

Recommend feed rate

Indexable milling — group1 (FMA07/11/12, FMD02, EMP09/13)

Feed rate per cutting edge [mm]

1. Select the appropriate product family/cutting data group.

. Select the used grade.

. Determine the immersion.

o v oA W N

Select the used material and read the cutting speed.

Please have a look at the detached feed rate recommendations.

. Select the used tool, the machining mode and the used material.

EMP09 EMP13 FMAO7 FMAO7 FMA11
Material group LNKT12 ANGX15 ONHU06 ONHU08 SNEG12
Applifation
M R F M R F M R F m R m R
Unalloyed steel 0,25 | 0,50 0,25 019 | 0,23 0,19 | 0,23 020 | 0,23
P Low-alloyed steel 023 | 047 0,23 017 | 0,22 0,17 | 0,22 0,19 | 0,21
High-alloyed steel and high-alloyed tool steel 022 | 044 0,20 0,22 0,16 | 0,20 0,16 | 0,20 0,18 | 0,20
M Stainless steel 0,18 | 0,35 0,14 | 0,16
Grey cast iron 0,28 | 0,55 0,26 0,28 0,20 | 0,26 0,20 | 0,26 022 | 0,25
K Cast iron with spheroidal graphite 0,25 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
Malleable cast iron 025 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
Aluminium wrought alloys 0,20 0,21
N Aluminium-Gusslegierungen 0,20 0,21
Copper and copper alloys(bronze/brass) 0,18 0,19
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
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Indexable mllling Recommended cutting data

Indexable milling — group 1 (FMA07/11/12, FMD02, FMP12, EMP09/13)
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a Starting values for cutting speed vc [m/min]
3
2
Brinell g hC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBC401 YBD152 YBD252
HB £
] a./D a./D a./D a./D
= 1/113/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5
approx.0,15 % C annealed 125 1 260 300 225 260
approx. 0,45 % C annealed 190 2 225 255 195 225
Unalloyed steel approx. 0,45 % C tempered 250 3 210 240 180 210
approx. 0,75 % C annealed 270 4 185 210 160 185
approx. 0,75 % C tempered 300 5 170 195 150 170
P annealed 180 6 225 | 255 | 195 | 225
tempered 275 7 185 210 160 185
Low-alloyed steel
tempered 300 8 170 195 150 170
tempered 350 9 145 165 125 145
High-alloyed steel and high-alloyed annealed 200 10 130 150 15 130
tool steel hardened and tempered 325 1 95 105 80 95
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 370 430 320 370
Grey cast iron
perlitic (martensitic) 260 17 220 255 190 220
ferritic 160 18 255 295 220 255
K Cast iron with spheroidal graphite
perlitic 250 19 170 200 145 170
ferritic 130 20 305 355 265 305
Malleable cast iron
perlitic 230 21 205 240 175 205
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B232

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD) HW
YBM253 YBG102 YB9320 YBG205 YBG252 YBG302 YD101 YD201
ae/D ae/D ae/D a./D a./D a./D a./D a./D

VA 3/41 /5 [11)3/4 5 (1134 /5 | 1A3/4 ] 15 |34 /5 (1134 /5 (1434 15 | 11]3/4] /5
260 300 270 315 245 285 235 275 230 265 225 260
225 255 230 270 210 245 200 235 200 230 195 225
210 240 220 255 200 230 190 220 185 215 180 210
185 210 190 225 175 200 165 195 165 190 160 185
170 195 180 205 160 190 155 180 150 175 150 170
225 255 230 270 210 245 200 235 200 230 195 225
185 210 190 225 175 200 165 195 165 190 160 185
170 195 180 205 160 190 155 180 150 175 150 170
145 165 150 175 135 160 130 155 130 150 125 145
130 150 135 160 125 145 120 140 115 135 115 130
95 105 95 115 90 100 85 100 85 95 80 95
130 150 135 160 125 145 120 140 115 135 115 130
110 130 15 135 105 120 100 120 100 115 95 110
140 160 145 170 130 155 125 150 125 145 120 140
110 130 115 135 105 120 100 120 100 115 95 110
300 345 270 315 260 300 255 295 250 290
180 205 160 190 155 180 150 175 150 170
205 240 185 215 180 210 175 200 170 195
135 160 125 145 120 140 115 135 115 130
245 285 225 260 215 250 210 240 205 235
165 190 150 175 145 165 140 160 135 160

1505 | 1735 [ 1450 | 1670

1225 1420 1180 1370

540 620 515 600

435 505 420 485

220 255 215 250

170 195 160 190

210 245 205 235

385 445 370 430

HC Coated carbide

HT  Uncoated carbide, main component (TiC) o. (TiN), cermet

HC; Coated cermet

HW  Uncoated carbide, main component (WC)

B233

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Indexable mllling Recommended cutting data

Indexable milling — group 2 (FMA01/02/03/04, FMEO1/02, FMP01/02, EMP01/02/03/04)

Technical
Information

Index

a Starting values for cutting speed vc [m/min]
3
2
Brinell g hC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBC401 YBD152 YBD252
HB £
] a./D a./D a./D a./D
= 1/113/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5
approx.0,15 % C annealed 125 1 245 285 210 245
approx. 0,45 % C annealed 190 2 210 245 180 210
Unalloyed steel approx. 0,45 % C tempered 250 3 200 230 170 200
approx. 0,75 % C annealed 270 4 175 200 150 175
approx. 0,75 % C tempered 300 5 160 190 140 160
P annealed 180 6 210 | 245 | 180 | 210
tempered 275 7 175 200 150 175
Low-alloyed steel
tempered 300 8 160 190 140 160
tempered 350 9 135 160 120 135
High-alloyed steel and high-alloyed annealed 200 10 125 145 105 125
tool steel hardened and tempered 325 1 90 100 75 90
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 315 365 270 315
Grey cast iron
perlitic (martensitic) 260 17 185 215 160 190
ferritic 160 18 215 250 185 215
K Cast iron with spheroidal graphite
perlitic 250 19 145 170 125 145
ferritic 130 20 260 300 225 260
Malleable cast iron
perlitic 230 21 175 205 150 175
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B234

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD) HW HT
YBM253 YBG101 YBG102 YBG152 YB9320 YBG205 YBG252 YBG302 YD101 YD201 YNG151
ae/D ae/D ae/D a./D ae/D a./D a./D a./D a./D a./D a./D

V341 /5 [1)3/4 5 (11034 /5 | 1A13/4 | 15 | 1V3/4 /5 [ 113/ 5 (11034 15 | 1A3/4 ] 15 |34 /5 (11034 15 (1134 15
245 285 255 295 240 280 230 265 220 255 215 250 210 245 270 315
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
200 230 205 240 195 225 185 215 180 205 175 200 170 200 220 255
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
135 160 145 165 135 155 130 150 125 145 120 140 120 135 150 180
125 145 130 150 120 140 115 135 110 130 110 125 105 125 140 160
90 100 90 105 85 100 85 95 80 920 80 920 75 920 100 110
125 145 130 150 120 140 115 135 110 130 110 125 105 125 135 160
105 120 110 125 105 120 100 15 95 110 95 105 90 105 115 135
130 155 140 160 130 150 125 145 120 140 115 135 115 130 145 170
105 120 110 125 105 120 100 115 95 110 95 105 90 105 115 135

285 330 265 305 255 295 245 285 240 280 235 275

170 195 160 185 150 175 145 170 140 165 140 160

195 225 180 210 175 200 165 195 165 190 160 185

130 150 120 140 115 135 110 130 110 125 105 125

230 270 220 255 210 240 200 230 195 225 190 225

155 180 145 170 140 160 135 155 130 150 130 150
1505 1735 1205 1390 | 1040 | 1200
1225 1420 980 1140 850 980
540 620 435 500 375 435
435 505 350 405 300 350
220 255 180 205 155 180
170 195 140 160 120 140
210 245 170 200 150 170
385 445 310 360 265 310

75 85 70 80 65 75 65 75 65 75 60 70

50 55 50 55 45 50 45 50 45 50 40 45

60 70 55 65 55 65 50 55 50 55 50 55

35 40 35 40 30 35 30 35 30 35 30 35

45 50 45 50 40 45 40 45 40 45 40 45

75 85 70 80 65 75 65 75 65 75 60 70

75 85 70 80 65 75 65 75 65 75 60 70

HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling — group 2 (FMA01/02/03/04, FMEO1/02, FMP01/02, EMP01/02/03/04)

Starting values for cutting speed vc [m/min]

a
3 HC
Brinell g !
Material group Composition / structure / heat treatment hardness £ YNG151C
HB £
] ae/D
s
1113/4| /5
approx.0,15 % C annealed 125 285 335
approx. 0,45 % C annealed 190 2 250 285
Unalloyed steel approx. 0,45 % C tempered 250 3 235 270
approx. 0,75 % C annealed 270 4 205 235
approx. 0,75 % C tempered 300 5 190 225
P annealed 180 6 250 | 285
tempered 275 7 205 235
Low-alloyed steel
tempered 300 8 190 225
tempered 350 9 160 190
High-alloyed steel and high-alloyed annealed 200 10 150 170
tool steel hardened and tempered 325 1 105 120
ferritic/martensitic annealed 200 12 145 170
martensitic tempered 240 13 120 145
M Stainless steel
austenitic quench hardened 180 14 155 180
austenitic-ferritic 230 15 120 145
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @ (@ % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B236

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng
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HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet

HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling - group 3 (FMR01/02/03/04)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBC401
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx. 0,15 % C annealed 125 260 300 390 225 260 340
approx. 0,45 % C annealed 190 2 225 255 335 195 225 295
Unalloyed steel approx. 0,45 % C tempered 250 3 210 240 315 180 210 275
approx. 0,75 % C annealed 270 4 185 210 275 160 185 245
approx. 0,75 % C tempered 300 5 170 195 255 150 170 225
P annealed 180 6 225 255 335 195 225 295
tempered 275 7 185 210 275 160 185 245
Low-alloyed steel
tempered 300 8 170 195 255 150 170 225
tempered 350 9 145 165 215 125 145 190
High-alloyed steel and high-alloyed annealed 200 10 130 150 195 115 130 170
tool steel hardened and tempered 325 1 95 105 140 80 95 125
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B238

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]
HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D a./D a./D a./D a./D a./D ae./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185
95 105 140 95 115 150 90 105 140 90 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
345 400 520 300 345 450 300 345 450 285 330 430 270 315 410 260 300 390
210 245 320 180 205 270 180 205 270 170 195 255 160 190 250 155 180 235
240 280 365 205 240 315 205 240 315 195 225 295 185 215 280 180 210 275
160 185 245 135 160 210 135 160 210 130 150 195 125 145 190 120 140 185
285 330 430 245 285 375 245 285 375 230 270 355 225 260 340 215 250 325
190 220 290 165 190 250 165 190 250 155 180 235 150 175 230 145 165 215
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW  Uncoated carbide, main component (WC)
N
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Indexable mllling Recommended cutting data

Indexable milling - group 3 (FMR01/02/03/04)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness < YBG212 YBG252
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx. 0,15 % C annealed 125 240 280 365 230 265 345
approx. 0,45 % C annealed 190 2 205 240 315 200 230 300
Unalloyed steel approx. 0,45 % C tempered 250 3 195 225 295 185 215 280
approx. 0,75 % C annealed 270 4 170 200 260 165 190 250
approx. 0,75 % C tempered 300 5 160 185 245 150 175 230
P annealed 180 6 205 240 315 200 230 300
tempered 275 7 170 200 260 165 190 250
Low-alloyed steel
tempered 300 8 160 185 245 150 175 230
tempered 350 9 135 155 205 130 150 195
High-alloyed steel and high-alloyed annealed 200 10 120 140 185 115 135 180
tool steel hardened and tempered 325 1 85 100 130 85 95 125
ferritic/martensitic annealed 200 12 120 140 185 115 135 175
martensitic tempered 240 13 105 120 155 100 115 145
M Stainless steel
austenitic quench hardened 180 14 130 150 195 125 145 185
austenitic-ferritic 230 15 105 120 155 100 115 145
perlitic/ferritic 180 16 265 305 400 255 295 385
Grey cast iron
perlitic (martensitic) 260 17 160 185 245 150 175 230
ferritic 160 18 180 210 275 175 200 260
K Cast iron with spheroidal graphite
perlitic 250 19 120 140 185 115 135 180
ferritic 130 20 220 255 335 210 240 315
Malleable cast iron
perlitic 230 21 145 170 225 140 160 210
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B240

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (PVD) HW
YBG302 YD101 YD201
ae/D a./D a./D
1/1|3/4| /5 1720 [1/1(3/4| 1/5 |11|3/4] /5
225 260 340
195 225 295
180 210 275
160 185 245
150 170 225
195 225 295
160 185 245
150 170 225
125 145 190
115 130 170
80 95 125
115 130 170
95 110 145
120 140 185
95 110 145
250 290 380
150 170 225
170 195 255
115 130 170
205 235 310
135 160 210

1505 1735 1450 | 1670

1225 1420 1180 1370

540 620 515 600

435 505 420 485

220 255 215 250

170 195 160 190

210 245 205 235

385 445 370 430

HC Coated carbide

HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet

HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling - group 4 (BMR01/02/03/04, TMP01, CMZ01, CMAO1, CMDO01)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBC401
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx. 0,15 % C annealed 125 235 275 360 200 230 300
approx. 0,45 % C annealed 190 2 200 235 310 170 200 260
Unalloyed steel approx. 0,45 % C tempered 250 3 190 220 290 160 185 245
approx. 0,75 % C annealed 270 4 165 195 255 140 165 215
approx. 0,75 % C tempered 300 5 155 180 235 130 150 195
P annealed 180 6 200 235 310 170 200 260
tempered 275 7 165 195 255 140 165 215
Low-alloyed steel
tempered 300 8 155 180 235 130 150 195
tempered 350 9 130 155 205 110 130 170
High-alloyed steel and high-alloyed annealed 200 10 120 140 185 100 115 150
tool steel hardened and tempered 325 1 85 100 130 70 85 115
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B242

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]
HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D a./D a./D a./D a./D a./D ae./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
235 275 360 245 285 375 230 265 345 220 255 335 210 245 320
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
190 220 290 200 230 300 185 215 280 180 205 270 170 200 260
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
130 155 205 135 160 210 130 150 195 125 145 190 120 135 180
120 140 185 125 145 190 115 135 180 110 130 170 105 125 165
85 100 130 90 100 130 85 95 125 80 90 120 75 90 120
120 140 180 125 145 190 115 135 175 110 130 170 105 125 160
100 120 155 105 120 160 100 115 145 95 110 145 90 105 135
125 150 195 130 155 200 125 145 185 120 140 180 115 130 170
100 120 155 105 120 160 100 115 145 95 110 145 90 105 135
300 345 450 260 300 390 270 315 410 255 295 385 245 285 375 235 275 360
180 210 275 155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
210 245 320 180 210 275 185 215 280 175 200 260 165 195 255 160 185 245
140 165 215 120 140 185 125 145 190 115 135 180 110 130 170 105 125 165
250 290 380 215 250 325 225 260 340 210 240 315 200 230 300 190 225 295
170 200 260 145 165 215 150 175 230 140 160 210 135 155 205 130 150 195
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW  Uncoated carbide, main component (WC)
N
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Indexable mllling Recommended cutting data

Indexable milling - group 4 (BMR01/02/03/04, TMP01, CMZ01, CMAO1, CMDO01)

Starting values for cutting speed vc [m/min]

Ed
o
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness < YBG212 YBG252
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx. 0,15 % C annealed 125 215 250 325 205 240 315
approx. 0,45 % C annealed 190 2 185 215 280 175 205 270
Unalloyed steel approx. 0,45 % C tempered 250 3 175 200 260 165 195 255
approx. 0,75 % C annealed 270 4 155 175 230 145 170 225
approx. 0,75 % C tempered 300 5 140 165 215 135 160 210
P annealed 180 6 185 215 280 175 205 270
tempered 275 7 155 175 230 145 170 225
Low-alloyed steel
tempered 300 8 140 165 215 135 160 210
tempered 350 9 120 140 185 115 135 180
High-alloyed steel and high-alloyed annealed 200 10 110 125 165 105 120 160
tool steel hardened and tempered 325 11 80 90 120 75 85 115
ferritic/martensitic annealed 200 12 110 125 165 105 120 160
martensitic tempered 240 13 95 105 140 90 105 135
M Stainless steel
austenitic quench hardened 180 14 115 135 175 110 130 170
austenitic-ferritic 230 15 95 105 140 90 105 135
perlitic/ferritic 180 16 240 280 365 230 265 345
Grey cast iron
perlitic (martensitic) 260 17 140 165 215 135 160 210
ferritic 160 18 165 190 250 155 180 235
K Cast iron with spheroidal graphite
perlitic 250 19 110 125 165 105 120 160
ferritic 130 20 195 225 295 185 220 290
Malleable cast iron
perlitic 230 21 130 150 195 125 145 190
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B244

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG302
2./D
1/1|3/4| /5 1/20
200 230 300
170 200 260
160 185 245
140 165 215
130 150 195
170 200 260
140 165 215
130 150 195
110 130 170
100 115 150
70 85 115
100 115 150
85 100 130
110 125 160
85 100 130
220 255 335
130 150 195
150 175 230
100 115 150
180 210 275
120 140 185

HC Coated carbide

HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet

HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling - group 5 (SMP01/03/05)

Starting values for cutting speed vc [m/min]

a
3
2
Brinell g HC(CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBM253 YBG101 YB9320
HB £
] a./D a./D a./D a./D
= /4 /4 /4 1/4
approx.0,15 % C annealed 125 165 180 190 175
approx. 0,45 % C annealed 190 2 145 155 165 150
Unalloyed steel approx. 0,45 % C tempered 250 3 135 145 155 140
approx. 0,75 % C annealed 270 4 120 130 135 125
approx. 0,75 % C tempered 300 5 110 120 125 115
P annealed 180 6 145 155 165 150
tempered 275 7 120 130 135 125
Low-alloyed steel
tempered 300 8 110 120 125 115
tempered 350 9 95 100 105 100
High-alloyed steel and high-alloyed annealed 200 10 85 20 95 20
tool steel hardened and tempered 325 1 60 65 70 65
ferritic/martensitic annealed 200 12 90 95 90
martensitic tempered 240 13 80 80 75
M Stainless steel
austenitic quench hardened 180 14 100 105 95
austenitic-ferritic 230 15 80 80 75
perlitic/ferritic 180 16 215 190
Grey cast iron
perlitic (martensitic) 260 17 125 115
ferritic 160 18 145 135
K Cast iron with spheroidal graphite
perlitic 250 19 95 90
ferritic 130 20 175 160
Malleable cast iron
perlitic 230 21 115 105
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B246

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG205 YBG302
ae/D ae/D
/4 /4
170 160
145 140
140 130
120 115
115 105
145 140
120 115
115 105
95 90
85 80
60 60
85 80
75 70
95 85
75 70
185 175
115 105
130 120
85 80
155 145
105 100

HC Coated carbide

HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet

HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling - group 6 (FMDO03, FMEO4, FMP03, HMPO1)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g hC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBC401 YBD152 YBD252
HB £
] a./D a./D a./D a./D
= 1/113/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5
approx.0,15 % C annealed 125 200 230 170 200
approx. 0,45 % C annealed 190 2 170 200 145 170
Unalloyed steel approx. 0,45 % C tempered 250 3 160 185 140 160
approx. 0,75 % C annealed 270 4 140 165 120 140
approx. 0,75 % C tempered 300 5 130 150 115 130
P annealed 180 6 170 | 200 | 145 | 170
tempered 275 7 140 165 120 140
Low-alloyed steel
tempered 300 8 130 150 115 130
tempered 350 9 110 130 95 110
High-alloyed steel and high-alloyed annealed 200 10 100 15 85 100
tool steel hardened and tempered 325 1 70 85 60 70
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 255 295 220 255
Grey cast iron
perlitic (martensitic) 260 17 150 175 130 150
ferritic 160 18 175 205 150 175
K Cast iron with spheroidal graphite
perlitic 250 19 115 135 100 115
ferritic 130 20 210 245 180 210
Malleable cast iron
perlitic 230 21 140 165 120 140
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B248

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBM253 YBG102 YBG152 YB9320 YBG205 YBG212 YBG252 YBG302
a./D a./D a./D a./D as./D a./D a./D a./D
N34 5 (34| 15 | 34a s |34l s |34 s (11034 s (134 s [ 11|34 15
200 230 205 240 195 225 190 220 185 215 185 215 180 210 175 205
170 200 175 205 170 195 165 190 160 185 160 185 155 180 150 175
160 185 165 195 160 180 155 180 150 175 150 175 145 170 140 165
140 165 145 170 140 160 135 155 130 155 130 155 130 150 125 145
130 150 135 160 130 150 125 145 125 140 125 140 120 140 115 135
170 200 175 205 170 195 165 190 160 185 160 185 155 180 150 175
140 165 145 170 140 160 135 155 130 155 130 155 130 150 125 145
130 150 135 160 130 150 125 145 125 140 125 140 120 140 115 135
110 130 115 135 110 125 105 125 105 120 105 120 100 120 100 115
100 115 105 120 100 115 95 110 95 110 95 110 90 105 90 105
70 85 75 85 70 80 70 80 65 80 65 80 65 75 65 75
100 115 105 120 100 115 95 110 95 110 95 110 20 105 90 105
85 100 90 105 85 95 80 95 80 95 80 95 80 90 75 90
110 125 110 130 105 120 105 120 100 115 100 115 100 115 95 110
85 100 90 105 85 95 80 95 80 95 80 95 80 90 75 90
230 265 215 250 210 245 205 240 205 240 200 230 195 225
135 160 130 150 125 145 125 140 125 140 120 140 115 135
155 180 150 170 145 165 140 165 140 165 135 160 135 155
105 120 100 115 95 110 95 110 95 110 90 105 90 105
185 220 180 205 175 200 170 195 170 195 165 190 160 185
125 145 120 135 115 135 115 130 115 130 110 130 105 125
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Indexable milling - group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness < YBC302 YBD152
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx.0,15 % C annealed 125 260 300 390
approx. 0,45 % C annealed 190 2 225 255 335
Unalloyed steel approx. 0,45 % C tempered 250 3 210 240 315
approx. 0,75 % C annealed 270 4 185 210 275
approx. 0,75 % C tempered 300 5 170 195 255
P annealed 180 6 225 | 255 | 335
tempered 275 7 185 210 275
Low-alloyed steel
tempered 300 8 170 195 255
tempered 350 9 145 165 215
High-alloyed steel and high-alloyed annealed 200 10 130 150 195
tool steel hardened and tempered 325 1 95 105 140
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 335 390 510
Grey cast iron
perlitic (martensitic) 260 17 200 230 300
ferritic 160 18 225 260 340
K Cast iron with spheroidal graphite
perlitic 250 19 150 175 230
ferritic 130 20 275 320 420
Malleable cast iron
perlitic 230 21 185 215 280
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B250

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]
HC (CVD) HC (PVD)
YBD252 YBM253 YBG102 YBG152 YB9320 YBG205 YBG212
a./D a:./D a./D a./D a./D a./D a./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360 240 280 365
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290 195 225 295
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205 135 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
95 105 140 95 115 150 90 105 140 90 100 130 85 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180 120 140 185
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195 130 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
290 335 440 300 345 450 285 330 430 270 315 410 260 300 390 265 305 400
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
195 225 295 205 240 315 195 225 295 185 215 280 180 210 275 180 210 275
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
235 270 355 245 285 375 230 270 355 225 260 340 215 250 325 220 255 335
160 180 235 165 190 250 155 180 235 150 175 230 145 165 215 145 170 225
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW  Uncoated carbide, main component (WC)
N
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Indexable mllling Recommended cutting data

Indexable milling - group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness < YBG252 YBG302
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [1/1|3/4 /5 1/20
approx. 0,15 % C annealed 125 230 265 345 225 260 340
approx. 0,45 % C annealed 190 2 200 230 300 195 225 295
Unalloyed steel approx. 0,45 % C tempered 250 3 185 215 280 180 210 275
approx. 0,75 % C annealed 270 4 165 190 250 160 185 245
approx. 0,75 % C tempered 300 5 150 175 230 150 170 225
P annealed 180 6 200 230 300 195 225 295
tempered 275 7 165 190 250 160 185 245
Low-alloyed steel
tempered 300 8 150 175 230 150 170 225
tempered 350 9 130 150 195 125 145 190
High-alloyed steel and high-alloyed annealed 200 10 115 135 180 115 130 170
tool steel hardened and tempered 325 1 85 95 125 80 95 125
ferritic/martensitic annealed 200 12 115 135 175 115 130 170
martensitic tempered 240 13 100 115 145 95 110 145
M Stainless steel
austenitic quench hardened 180 14 125 145 185 120 140 185
austenitic-ferritic 230 15 100 115 145 95 110 145
perlitic/ferritic 180 16 255 295 385 250 290 380
Grey cast iron
perlitic (martensitic) 260 17 150 175 230 150 170 225
ferritic 160 18 175 200 260 170 195 255
K Cast iron with spheroidal graphite
perlitic 250 19 115 135 180 115 130 170
ferritic 130 20 210 240 315 205 235 310
Malleable cast iron
perlitic 230 21 140 160 210 135 160 210
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B252

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B254.

For examples of material for cutting tool groups view page D11.




Recommended cutting data Indexable milllng
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HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet

HW  Uncoated carbide, main component (WC)
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Indexable mllling Recommended cutting data

Recommended feed rate

Indexable milling - group1 (FMA07/11/12, FMD02, EMP09/13)

Feed rate per cutting edge [mm]

EMP09 EMP09 EMP13 EMP13 FMAO7 FMAO7
Material group LNKT08/12 LNKT16 ANGX11 ANGX15 ONHU06 ONHU08
Application
M R M R F M R F M R F M R F M R
Unalloyed steel 0,25 | 0,50 0,28 | 055 0,23 0,25 0,19 | 0,23 0,19 | 0,23
P Low-alloyed steel 023 | 047 026 | 0,51 0,22 0,23 017 | 0,22 0,17 | 0,22
High-alloyed steel and high-alloyed tool steel 022 | 044 024 | 048 0,20 0,22 0,16 | 0,20 0,16 | 0,20
M Stainless steel 0,18 | 0,35 0,19 | 0,39 0,16 0,18
Grey cast iron 0,28 | 0,55 0,30 | 0,61 0,26 0,28 0,20 | 0,26 0,20 | 0,26
K Cast iron with spheroidal graphite 0,25 | 0,50 0,28 | 0,55 0,23 0,25 0,19 | 0,23 0,19 | 0,23
Malleable cast iron 0,25 | 0,50 0,28 | 0,55 0,23 0,25 0,19 | 0,23 0,19 | 0,23
Aluminum wrought alloys 0,20 0,21
N Aluminum cast alloys 0,20 0,21
Copper and copper alloys (bronze/brass) 0,18 0,19
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials

Note: The given cutting values are guide values, which were determined under ideal conditions.

The values have to be adapted in individual cases.

Indexable milling - group1 (FMA07/11/12, FMD02, EMP09/13)

Feed rate per cutting edge [mm]

FMP12
Material group WNHU08
Application
M R
Unalloyed steel 0,25
P Low-alloyed steel 0,23
High-alloyed steel and high-alloyed tool steel 0,22
M Stainless steel 0,18
Grey cast iron 0,28
K Cast iron with spheroidal graphite 0,25
Malleable cast iron 0,25

Aluminium wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

Note: The given cutting values are guide values, which were determined under ideal conditions.

B254

The values have to be adapted in individual cases.




Recommended cutting data

Indexable milling

Feed rate per cutting edge [mm]

FMAT11 FMAT11 FMAT11 FMA12 FMA12 FMDO02 FMDO02 FMP12
SNEG12 SNEG15 SNEG19 ONHU06 ONHU08 PNEG11 HNEX09 WNHU06
Application
F M R M R F M R F M R F M R F M R F M R F M R
020 | 0,23 022 | 025 029 | 0,79 | 0,23 0,23 0,15 | 0,20 | 0,30 0,23
0,19 | 0,21 020 | 0,24 027 | 0,17 | 0,22 0,22 0,14 | 0,19 | 0,28 0,22
0,18 | 0,20 0,19 | 0,22 026 | 0,16 | 0,20 0,20 0,13 | 0,18 | 0,26 0,20
0,14 | 0,16 0,15 | 0,18 0,20 0,16 0,16
022 | 0,25 024 | 0,28 032 | 020 | 0,26 0,26 017 | 022 | 033 | 0,77 | 0,22 | 0,33 0,26
0,20 | 0,23 022 | 0,25 029 | 0,19 | 0,23 0,23 0,15 | 0,20 | 030 | 0,75 | 0,20 | 0,30 0,23
020 | 0,23 022 | 0,25 029 | 0,19 | 0,23 0,23 0,15 | 0,20 | 0,30 | 0,15 | 0,20 | 0,30 0,23
F  Finishing
M Medium machining
R Roughing
F  Finishing
M Medium machining
R Roughing
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Indexable mllling Recommended cutting data

Recommended feed rate

Indexable milling - group 2 (FMA01/02/03/04, FMEO1/02, FMP01/02, EMP01/02/03/04)

Feed rate per cutting edge [mm]
FMAO1 | FMA02 FMAO03 FMAO03 FMAO04 FMAO04 FMAO04
o)) Material group SEET12 SEKN12 SEKN15 OFKTO5 OFKRO7 ODHTO06
g Application
S
> F M R M R F M R F M R F M R F M R
= Unalloyed steel 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
P Low-alloyed steel 0,14 | 0,19 | 0,23 0,17 0,19 0,19 | 0,23 0,19 | 0,23 0,19 | 0,23
High-alloyed steel and high-alloyed tool steel 013 | 018 | 0,22 0,16 0,18 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22
M Stainless steel 0,11 0,14 | 0,18 0,13 0,14 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
B Grey cast iron 017 | 022 | 0,28 0,20 0,22 022 | 0,28 022 | 0,28 022 | 0,28
K Cast iron with spheroidal graphite 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
Malleable cast iron 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
Aluminium wrought alloys 0,13 | 0,177 | 0,21 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
N Aluminum cast alloys 0,13 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
(@) Copper and copper alloys (bronze/brass) 0,11 | 0,15 | 0,19 0,15 | 0,19 0,15 | 0,19 0,15 | 0,19
é Heat-resistant alloys 0,11 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
§ S Titanium alloys 0,11 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
C Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
o Indexable milling - group 3 (FMR01/02/03/04) Face milling
% Feed rate per cutting edge [mm]
@) FMRO1 FMRO1 FMR02 FMR02 FMR02 FMRO3
Material group RCKT10 RC*12 RC*12 RCKT16 RCKT20 RDKWO07
Application
F M R M R F M R F M R F M R F M R
Unalloyed steel 020 | 0,25 020 | 0,25 020 | 0,25 023 | 029 0,26 | 0,33 0,17
D P Low-alloyed steel 019 | 023 019 | 023 0,19 | 023 0,21 0,27 0,25 | 0,31 0,16
High-alloyed steel and high-alloyed tool steel 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22 0,20 | 0,25 023 | 0,29 0,15
M Stainless steel 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18 0,16 | 0,20 0,19 | 0,23 0,12
Grey cast iron 022 | 0,28 022 | 0,28 022 | 0,28 025 | 032 0,29 | 0,36 0,19
= 5 K Cast iron with spheroidal graphite 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 0,23 | 029 0,26 | 0,33 0,17
g }E Malleable cast iron 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 023 | 0,29 026 | 033 017
-S g Aluminum wrought alloys 0,17 | 0,21 0,17 | 0,21
ﬁ“g N Aluminum cast alloys 0,17 | 0,21 0,17 | 0,21
- Copper and copper alloys (bronze/brass) 0,15 | 0,19 0,15 | 0,19
Heat-resistant alloys
S Titanium alloys
Hardened steel
E H Hard cast iron
Hardened cast iron
X Non-metallic materials

Index

Note: The given cutting values are guide values, which were determined under ideal conditions.
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Recommended cutting data Indexable milllng

Feed rate per cutting edge [mm]

FMEO2 FMEO3 FMEO3 FMPO1 FMP02 EMPO1 | EMP02 EMPO1 | EMP02 EMPO3 | EMP0O4
SPK*12 SPK*12 SPK*15 TPKN22 SEET12 APKT11 APKT16 APKT11
Application
M F M F M R F M R F M R F M R F M R F M R
0,20 0,19 0,20 0,20 0,15 | 020 | 025 | 0,10 | 0,15 | 0,20 | 0,12 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,19 0,17 0,19 0,19 0,14 | 0,19 | 0,23 | 0,09 | 0,714 | 0,79 | 0,11 0,16 | 0,21 0,09 | 0,19 | 0,23
0,18 0,16 0,18 0,18 013 | 0,18 | 0,22 | 0,09 | 0,13 | 0,78 | 0,70 | 0,15 | 0,20 | 0,09 | 0,18 | 0,22
0,14 0,13 0,14 0,14 0,11 0,14 | 0,18 | 0,07 | 0,11 0,14 | 008 | 0,72 | 0,76 | 0,07 | 0,74 | 0,18
0,22 0,20 0,22 0,22 0,17 | 0,22 | 0,28 | 0,11 0,17 | 022 | 0,13 | 0,19 | 0,25 | 0,11 0,22 | 0,28
0,20 0,19 0,20 0,20 015 | 020 | 025 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,20 0,19 0,20 0,20 015 | 020 | 025 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
013 | 0,17 | 0,21 009 | 0,13 | 0,17 | 0,70 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21
013 | 0,17 | 0,21 009 | 0,13 | 017 | 0,70 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21
0,11 0,15 | 0,79 | 0,08 | 0,11 0,15 | 009 | 0,13 | 0,18 | 0,08 | 0,15 | 0,19
F  Finishing
M Medium machining
R Roughing
Feed rate per cutting edge [mm]
FMRO3 FMRO3 FMR04 FMR04 FMR04
RDKWO08 RD*10 RD*12 RDKW16 RDKW20
Application
M F M F M R F M R F M R
0,17 0,20 015 | 020 | 025 | 0,77 | 0,23 | 0,29 0,2 026 | 033
0,16 0,19 0,14 | 0,19 | 0,23 | 0,16 | 0,21 027 | 0,79 | 0,25 | 0,31
0,15 0,18 013 | 0,18 | 0,22 | 0,15 | 0,20 | 0,25 | 0,18 | 0,23 | 0,29
0,12 0,14 0,11 014 | 018 ( 0,12 | 0,16 | 0,20 | 0,14 | 0,19 | 0,23
0,19 0,22 017 | 022 | 028 | 0,19 | 0,25 | 0,32 | 0,22 | 0,29 | 0,36
0,17 0,20 015 | 020 | 025 | 0,17 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
0,17 0,20 015 | 020 | 025 | 0,17 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
0,17 013 | 0,17 | 0,21
0,17 0,13 | 0,17 | 0,21
0,15 0,11 0,15 | 0,19
F  Finishing
M Medium machining
R Roughing
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Indexable mllling Recommended cutting data

Recommended feed rate

Indexable milling — group 3 (FMR01/02/03/04) Circular milling

Feed rate per cutting edge [mm]

FMRO1 FMRO1 FMR02 FMR02 FMR02 FMRO3
Material group RCKT10 RC*12 RC*12 RCKT16 RCKT20 RDKWO07
Tool diameter [mm]
25-32 40-50 50-100 63-125 160-200 80-125 160-250 15
Unalloyed steel 0,12 0,16 0,18 024 0,32 0,26 0,35 0,07
P Low-alloyed steel 0,11 0,14 0,16 0,21 0,28 0,23 0,31 0,06
High-alloyed steel and high-alloyed tool steel 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
M Stainless steel 0,07 0,09 0,10 0,14 0,18 0,15 0,20 0,04
Grey cast iron 0,11 0,14 0,16 0,22 0,29 0,23 0,32 0,06
K Cast iron with spheroidal graphite 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
Malleable cast iron 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
Aluminium wrought alloys
N Aluminum cast alloys
Copper and copper alloys (bronze/brass)
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 4 (BMR01/02/03/04, TMP01, CMZ01, CMAO1, CMDO1)
Feed rate per cutting edge [mm]
BMRO1 BMRO1 BMRO1 BMRO1 BMR02 BMR02 BMR02 BMRO03 BMRO3
Material group ZD*08 / SP*06 | ZD*11 / SP*06 | ZD*13 / SP*09 | ZP*22/ SP*12 ROHX12 ROHX16 ROHX20 - -
Tool diameter [mm]
20 25 32 40-63 12 16 20 16 20
Unalloyed steel 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14
P Low-alloyed steel 0,10 0,15 0,18 0,22 0,07 0,09 0,10 0,09 0,70
High-alloyed steel and high-alloyed tool steel 0,09 0,14 0,17 0,21 0,07 0,08 0,09 0,08 0,09
M Stainless steel 0,08 0,12 0,14 0,18 0,06 0,07 0,08 0,07 0,08
Grey cast iron 0,18 0,27 0,34 0,42 0,13 0,17 0,18 0,17 0,18
K Cast iron with spheroidal graphite 0,13 0,20 0,25 0,30 0,10 0,12 0,13 0,12 0,13
Malleable cast iron 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14

Aluminum wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

Note: The given cutting values are guide values, which were determined under ideal conditions.
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Recommended cutting data Indexable milllng

Feed rate per cutting edge [mm]

FMRO03 FMRO03 FMR04 FMR04 FMR04
RDKWO08 RD*10 RD*12 RDKW16 RDKW20
Tool diameter [mm]
16-25 32 50-63 80-100 125-160
0,07 0,12 0,17 0,24 0,30
0,06 0,11 0,15 0,21 0,26
0,06 0,10 0,14 0,19 0,24
0,04 0,07 0,10 0,14 0,17
0,06 0,11 0,15 0,22 0,27
0,06 0,10 0,14 0,19 0,24
0,06 0,10 0,14 0,19 0,24
0,10 0,11
0,10 0,11
0,10 0,11
Feed rate per cutting edge [mm]
BMRO3 BMRO3 BMR03 BMR04 BMR04 BMR04 BMR04 BMR04 CMZ01 CMAO01 CMDO1
- - - ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 SPMT12 SPMT12 SPMT12
Tool diameter [mm]

25 30-32 40-50 12 16 20 25 30 12-32 12-32 12-36
0,21 0,26 0,30 0,10 0,13 0,14 0,16 0,17 0,23 0,23 0,23
0,15 0,18 0,21 0,07 0,09 0,10 0,11 0,12 0,16 0,16 0,16
0,14 017 0,20 0,07 0,08 0,09 0,10 0,11 0,15 0,15 0,15
0,12 0,14 0,17 0,06 0,07 0,08 0,09 0,09 0,13 0,13 0,13
0,27 0,34 0,39 0,13 0,17 0,18 0,21 0,22 0,30 0,30 0,30
0,20 0,25 0,29 0,10 0,12 0,13 0,15 0,16 0,22 0,22 0,22
0,21 0,26 0,30 0,10 0,13 0,14 0,16 017 0,23 0,23 0,23
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Indexable mllling Recommended cutting data

Recommended feed rate

Indexable milling - group 5 (SMP01/03/05)

Feed rate per cutting edge [mm]

SMPO1 SMPO1 SMPO1 SMPO1 SMPO1 SMP03 SMPO3 SMPO3 SMP05
Material group XSEQ1202 XSEQ1203 XSEQ12T3 XSEQ1204 XSEQ12T4 MPHTO06 MPHT08 MPHT12 QC16
Tool diameter [mm]
63-100 63-100 63-160 63-160 63-160 80-125 125-200 120-200 25-39
Unalloyed steel 0,12 0,12 0,13 0,13 0,14 0,14 0,15 0,16 0,08
P Low-alloyed steel 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
High-alloyed steel and high-alloyed tool steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
M Stainless steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
Grey cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
K Cast iron with spheroidal graphite 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07
Malleable cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07
Aluminium wrought alloys
N Aluminum cast alloys
Copper and copper alloys (bronze/brass)
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 6 (FMDO03, FME04, FMP03, HMPO1)
Feed rate per cutting edge [mm]
FMDO03 FMDO03 FMEO4 FMP03 FMP03 FMP03
Material group LNKT20 LNKT25 LNKT15 LNKT12 LNKT15 LNKT20
Application
F M R F M R F M R F M R F M R M R
Unalloyed steel 0,50 0,50 0,45 0,45 0,45 0,50
P Low-alloyed steel 0,47 0,47 0,42 0,42 0,42 0,47
High-alloyed steel and high-alloyed tool steel 0,44 0,44 0,40 0,40 0,40 0,44
M | stainless steel 045 045 0,40 0,40 0,40 045
Grey cast iron 0,55 0,55 0,50 0,50 0,50 0,55
K Cast iron with spheroidal graphite 0,50 0,50 0,45 0,45 0,45 0,50
Malleable cast iron 0,50 0,50 0,45 0,45 0,45 0,50

Aluminum wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

Note: The given cutting values are guide values, which were determined under ideal conditions.
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Recommended cutting data Indexable milling

Feed rate per cutting edge [mm]

SMPO5

QcC22

Tool diameter [mm]

0,08

0,08

0,07

0,07

0,08

0,07

0,07

Feed rate per cutting edge [mm]

FMP03 HMPO1
LNKT25 SPMT-APKT
Application
F M R M R

0,55 0,25

0,51 0,23

0,48 0,22

0,47 0,15

0,61 0,28

0,55 0,25

0,55 0,25

F  Finishing
M Medium machining
R Roughing
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Indexable mllling Recommended cutting data

Recommended feed rate

Indexable milling - group7 (XMR01, XMP01, QCH)

Feed rate per cutting edge [mm]

XMRO1 face milling

XMRO1 plunge milling

XMROT1 circular milling

Material group SDMT/WPGT SDMT/WPGT SDMT/WPGT
Tool diameter [mm]
20-25 30-50 63-160 20-25 30-50 63-160 20-25 30-50 63-160
Unalloyed steel 1,00 1,20 2,00 0,20 0,25 0,30 0,80 0,96 1,40
P Low-alloyed steel 0,93 1,12 1,86 0,19 0,23 0,28 0,74 0,89 1,30
High-alloyed steel and high-alloyed tool steel 0,70 0,84 1,40 0,18 0,22 0,26 0,70 0,84 1,23
M Stainless steel 0,50 0,60 1,00 0,14 0,18 0,21 0,56 0,67 0,98
Grey cast iron 0,90 1,08 1,80 0,22 0,28 0,33 0,88 1,06 1,54
K Cast iron with spheroidal graphite 0,90 1,08 1,80 0,20 0,25 0,30 0,80 0,96 1,40
Malleable cast iron 1,00 1,20 2,00 0,20 0,25 0,30 0,80 0,96 1,40

Aluminium wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

Note: The given cutting values are guide values, which were determined under ideal conditions.
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Recommended cutting data Indexable milling

Feed rate per cutting edge [mm]

XMPO1 QCH QCH QCH QCH QCH QCH
CNE ZOHX RD* APKT WPGT SDMT XPHT
Tool diameter [mm]
80-400 16-32 15-32 16-40 20-42 20-40 16-32
0,20 0,20 0,20 0,15 1,00 1,00 0,20
0,20 0,19 0,19 0,14 0,93 0,93 0,19
0,20 0,18 0,18 0,13 0,70 0,70 0,18
0,20 0,14 0,14 0,11 0,50 0,50 0,14
0,20 0,22 0,22 0,17 0,90 0,90 0,22
0,20 0,20 0,20 0,15 0,90 0,90 0,20
0,20 0,20 0,20 0,15 1,00 1,00 0,20
0,13
0,13

0,11
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