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Milling inserts
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ANGX-GM ANGX-LH APKT-ALH APKT-APF APKT-APM APKT-LH APKT-NM APKT-PF
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LNE32.534 LNKT-GL LNKT-GM LNKT-ZR MPHT-DM ODHT-GH ODHT-GL ODHT-GM
081216 081216 12152025 060812 06 06 06 Edgehngth
B219 B120,B122 B120,B122 B66, B73, B80 B156,B158,B176 B47 B47 B47 Page
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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!ength
B49, B51 B56 B56 B56 B49, B51 B49, B51 B59,B61 B59, B61 Page
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PNEG-CR PNEG-PF PNEG-PM PNEG-PR RCKT-DM RCKT-DR RCKT-ER RCKT-NM
1 11 11 11 10121620 121620 121620 121620 Edgemngﬂ
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RDKT-MM RDKW ROHX SDMT SDMT-DM SDMT-NM SDMT-PM SEEN
1012 070810121620 121620 09 06091215 0912 06091215 12 Edgelength
B95, B99, B205 B95, B99, B205 B137 B135 B164,B167,B198,B211 B164 B164,B167,B198, B41 Page
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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 Edgelength
B77 B77 B77 B35,B37 B35,B37 B35,B37 B35,B37 B35,B37 Page
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SEET-DR SEET-EF SEET-EM SEET-LH SEET-PF SEET-PM SEET-PR SEET-W
12 12 12 12 0912 0912 0912 12 Edgelength
B35,B37 B35,B37 B35, B37 B35, B37 B77 B77 B77 B34,B37 Page
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SEKN SEKR SNEG-E SNEG-GM SNEG-GR SNEG-HGR SNEG-W SNKN
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SPCN SPGN SPKN SPKR SPKR-GM SPKT SPKW SPMR
1215 12 1215 12 1215 12 12 0912 Edgelength
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SPMT SPMT-HT SPMT-KT SPMT-PM SPUN TPKN TPMR TPUN
060912 0912 06 12 12 15 1622 111622 111622 Edgelength
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Face milling

. . Application
Series Milling body Inserts Kr SM e Features Page
A4 - Diameter range @50 - 315 mm
- For steel, stainless steel, cast iron, non-
SEET12T3 o ferrous metals and heatresistant alloys
FMAO1 SEET18T6 45 A v (e v - Milling cutter with positive, soft cutting G
geometry
« Wiper inserts for good surface quality
A4 - Diameter range @50 — 125 mm
- For steel, stainless steel, cast iron, non-
SEET12T3 o ferrous metals and heatresistant alloys
FMA02 45 Vel v [NV » Milling cutter with positive, soft cutting Bae
geometry
- Wide pitch
. R « Diameter range @80 - 315 mm
p o - For steel, stainless steel and cast iron
FMAO03 ? L SEEN1203 45° | v | v | v | v - Milling cutter with positive, soft cutting B39
X } SEKN1203 geometry
e SEKR1203 +Wedge clamping
SEKN1504
SEKR1504
- Diameter range @50 - 160 mm
OFKTO5T3 « For steel, stainless steel, cast iron and
FMA04 45° | v | v | v | v non-ferrous metals B42
« Inserts with eight cutting edges
« Screw clamping
e - Diameter range @125 - 315 mm
’f—i" - « For steel, stainless steel, cast iron and
FMAO04 :.: OFKR0704 45° | v | v | v | v non-ferrous metals B44
”ﬂ R P 7 - Inserts with eight cutting edges
«Wedge clamping
N « Diameter range @50 — 160 mm
- For steel, stainless steel, cast iron and
% *¥* ' "
FMA04 OD*T0605 45° | v | v | v | v non-ferrous metals B46
- Inserts with eight cutting edges
« Screw clamping

v Very suitable v Suitable

B4
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P MK N| S H
« Diameter range @25 - 50 mm
FMAO07 ONHU0604 45° | v v v |+ Forsteel and castiron B48
ONHU08T5 « Inserts with 16 cutting edges
- Diameter range @40 - 315 mm
FMAO07 ONHU0604 45° | v v v |« For steel and cast iron B50
ONHU08T5 «Inserts with 16 cutting edges
« Diameter range @63 - 315 mm
« For steel, stainless steel and cast iron
« Inserts with eight cutting edges
EMA11 SNEG1205 45° v lv 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
« 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

Index

v Very suitable v Suitable
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Face milling

Application

Series Milling body Inserts Kr Bl w BB s Th Features Page
m gy
a8 -"g - Diameter range @80 — 315 mm
- HNEX0905 o « For cast iron
FMD02 " F ”7 55 v +Wedge clamping B
o - Inserts with twelve cutting edges
L = + Diameter range @100 - 400 mm
i’ .‘“0’, - For steel, stainless steel and cast iron
FMDO3 \' < ﬁ\ LNKT2007-ZR 60° | v v - Tangential insert with four cutting edges B65
N Ji\af LNKT2510-ZR « Heavy duty machining for high cutting
} depths- Screw clamping
L - —
[ . = - Diameter range @50 - 125 mm
FMEO2 @’ gl SPKT1204 75° | v | v | v « For steel and cast iron B67
! \1’,\? SPKW1204 « Screw clamping
l\“'-'bju?‘
L
; 5
hi’ 3
-
F'é‘ Diameter range @80 — 400 mm
FMEO3 ' SPKN1203 75° | v | v | ¥ - For steel and cast iron B69
"-’ ik 1202 +Wedge clamping
SPEX1203
SPKN1504
SPKR1504
SPEX1504
: « Diameter range @125 - 315 mm
- For steel, stainless steel and cast iron
LNKT1506-ZR % - Tangential insert with four cutting edges
FME04 75 v v « Heavy duty machining for high cutting B72
depths
« Screw clamping
—
4 = “ « Diameter range @80 - 315 mm
r' - b - For steel, stainless steel and cast iron
FMPO1 TPKN2204 N0° |v | v (v v - Milling cutter with positive, soft cutting B74
| geometry
+Wedge clamping

v Very suitable v Suitable

Be
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Face milling
. - Application
Series Milling body Inserts Kr Features Page
P/M K| N|S|H
- P
d§ . )_ « Diameter range @50 - 315 mm
A e SEET09T3 o « For steel, stainless steel, cast iron an non-
FMP02 .’; » 2 | SEET1203 X <Rl | e ferrous metals BHg
" « Screw clamping
« Diameter range @50 - 315 mm
LNKT120608-ZR o « For steel, stainless steel and cast iron
FMPO3 LNKT1506EN-ZR 89 Y v «Tangential insert with four cutting edges B9
LNKT2007DN-ZR *Serew damping
LNKT2510-ZR
« Diameter range @50 - 315 mm
WNHU0604 5 « For steel, stainless steel and cast iron
FMP12 WNHU0806 %0 v v - 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 ” ¥ - Tangential insert with four cutting edges Boe
« Screw clamping
« Diameter range @50-125 mm
« High feed finishing cutters for steel and
cast materials
FMWX XEEC1209 v v - Inserts with four cutting edges B86
+ Reserve insert seats for increased safety
«The milling body is only equipped with
two opposing inserts
/ « Diameter range @25 - 63 mm
_ RCKT10T3 « For steel, stainless steel, cast iron, non-
FMRO1 @\, // RCKT1204 A v R v ferrous metals and heatresistant alloys Bas
QQ RCGX1204 « Screw clamping

v Very suitable v Suitable
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Face milling

. - Application
Series Milling body Inserts Kr = Features Page
— -/
@{ e }_\ « Diameter range @50 — 250 mm
£ RCGX1204 - For steel, stainless steel, cast iron, non-
FMR02 0' \')V 4 RCKT1204 Vo v V[V ferrous metals and heatresistant alloys £
‘: RCMW1204 « Screw clamping
N RCKT1606
RCKT2006
/ - Diameter range @15 - 50 mm
- > RD**0803 « For steel, stainless steel and cast iron
FMRO3 ,,'f}‘_‘ / RD**10T3 i v « Screw clamping Bo4
(o RD**1204 - Mould and die industry
- Diameter range @15 - 50 mm
RDKWO0702 - For steel, stainless steel and cast iron
FMRO3 = RDKW1003 v v v « Screw clamping B96
+ Mould and die industry
P -/
f e‘ / - Diameter range @50 — 200 mm
@ j\ RD**1204 « For steel, stainless steel and cast iron
FMR04 ‘ o~ RD**1605 IR « Screw clamping £ag
RD**2006 « Mould and die industry
« Diameter range @42 — 200 mm
RDKW1003 « For steel, stainless steel and cast iron
FMR04 RDKW12T3 e v 4 « Screw clamping B100
RDKW1604 - Mould and die industry

v Very suitable

Bs

v Suitable
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Square shoulder milling

. - Application
Series Milling body Inserts Kr Features Page
P MK N|S
™
E = Y - Diameter range @12 - 63 mm
_ « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
/ APKT0702 + Weldon shank
EMPO1 b\ / APKT11T3 0° (v v v | v v - For square shoulder milling, slot milling B103
Q* APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
- Inserts with two cutting edges
@ |
) - Diameter range @12 - 63 mm
_ « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
APKT11T3 « Weldon shank
EMPO1 APKT0702 W (v | v iv | v 6 v « For square shoulder milling, slot milling B106
APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
- Inserts with two cutting edges
i |
A - Diameter range @40-250 mm
» . « For steel, stainless steel, cast iron, non-
3 ferrous metals and heat-resistant alloys
o - APKT0702 5 « For square-shoulder, slot and plunge
EMPO02 ’3’ e 3 APKT11T3 NV (v v iv | |iv| v illling B109
J ¢ . APKT1604 « Milling cutter with positive, soft cutting
geometry
« INSERTs with two cutting edges
( IRl
_ - Diameter range @50-100 mm
» « For steel, stainless steel, cast iron, non-
¢ ferrous metals and heat-resistant alloys
o APKT11T3
EMPO3 H/ 90° | v|vivlv :i:"s:gl.lare shoulder, slot and plunge B113
l' « Milling cutter with positive, soft cutting
geometry
« INSERTSs with two cutting edges
y
L6
- Diameter range @20-40 mm
« For steel, stainless steel, cast iron, non-
- ferrous metals and heat-resistant alloys
: APKT11T3
& « For square-shoulder, slot and plunge
«
EMP04 : .\5".’5"/ 90° | v | v |v |wv milling B115
& « Milling cutter with positive, soft cutting
geometry
« INSERTs with two cutting edges
gl _L - Diameter range @25-40 mm
- « For steel, stainless steel and cast iron
« Straight shank
 — APMT1135 « For square-shoulder, slot and plunge
EMPO5 \g — 90° | v |v|v milling B117
o « Milling cutter with positive, soft cutting
geometry
« INSERTs with two cutting edges
« Machining in z-direction possible
v Very suitable v Suitable
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Square shoulder milling

. - Application
Series Milling body Inserts Kr Features Page
P/ M|K|N|S
- Diameter range @40 — 125 mm
- Sharp cutting edge geometry combined
with robust tangential inserts
LNKTO804PNR " « First choice for large cutting depths with
EMP09 LNKT1206PNR 90 R high feed rates. L
LNKT1607PNR . SPeC|alIy (':1§5|gned cutting gdge Wlt'h
high precision control for high quality 90
degree square shoulder milling
G A « 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 e high feed rates. BIal
- Specially designed cutting edge with
high precision control for high quality 90
degree square shoulder milling
|
T
« Diameter range @40 — 250 mm
- For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 90 |v|v|v|v  Double sided, thicker inserts for high B123
ANGX1506 stability and deeper cutting depths
- Inserts with four cutting edges
- Diameter range @25 - 40 mm
- For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 90° (B v (RCRIN . Double sided, thicker inserts for high B125
ANGX1506 stability and deeper cutting depths
— « Inserts with four cutting edges
@
e &J - Diameter range @25 - 40 mm
! - For steel, cast iron and non-ferrous metals
EMP13 ' ANGX1105 0 | v (v |v | v - Double sided, thicker inserts for high B127
ANGX1506 stability and deeper cutting depths
- Inserts with four cutting edges
v Very suitable v Suitable

B1o
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Square shoulder milling

. - Application
Series Milling body Inserts Kr v BN s Features Page
= I\
/|
- Diameter range @50 - 80 mm
« For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 0° | v | v v v - Double sided, thicker inserts for high B129
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
——
,:#v -
<@y « Diameter range @25 - 40 mm
« For steel, cast iron and non-ferrous metals
EMP13 14 ANGX1105 0 |v | v |v | v - Double sided, thicker inserts for high B131
! ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
Profile milling
T - Diameter range @20 - 63 mm
> \ . »
_ ZDET08T2 & SPMT0603 - For steel, stainless steel and cast iron
BMRO1 / ook Vi v |V - Very suitable for roughing of big moulds B133
¢ ZDET13T2 & SDMT0903 - Inserts with three cutting edges
ZPNT2204 & SPMT1204
(- )
« Diameter range @12 - 20 mm
s « For steel, stainless steel and cast iron
BMRO02 - ROHX1203 vV | v | v - Very suitable for finishing in mould and B136
@ ROHX1604 die industry
ROHX2005 - Inserts with two cutting edges
XPHT16 « Diameter range @16 - 40 mm
XPHT20 « For steel and cast iron
BMRO3 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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Profile milling

Application
Series Milling body Inserts Kr Features Page
P/ M| K| N|S
_ - Diameter range @16 — 40 mm
7 xPHI1G - For steel and cast iron
BMRO3 XPHT20 vV | v | v «Very suitable for roughing in mould and B140
(5 XPHT25 die industry
XPHT30 - Tool with high stability
XPHT32
XPHT40
XPHT50
- XPHT20 + Diameter range Q?G -40 mm
- For steel and cast iron
BMRO3 / XPHT25 vV | v |wv « Very suitable for roughing in mould and B142
> XPHT30 die industry
XPHT32 - Tool with high stability
XPHT40
XPHT50
XPHT40 « Diameter range Q?G -40 mm
- For steel and cast iron
BMRO3 XPHT50 v | v |wv « Very suitable for roughing in mould and B144
die industry
- Tool with high stability
y
- Diameter range @12 - 32 mm
- For steel, stainless steel and cast iron
BMRO04 igzﬂé v | v | v - Very suitable for finishing in mould and B146
die industry
¢ ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32
P
=/
- Diameter range @12 - 32 mm
i - For steel, stainless steel and cast iron
BMR04 / %8:?12 v | v |wv - Very suitable for finishing in mould and B148
G die industry
ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32

v Very suitable v Suitable

B12
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Slot milling
Application
Series Milling body Inserts Kr Features Page
M|K|N S
k ]
of =‘_15‘5% & s
) m/ ° - Diameter range @100 — 250 mm
< : XSEQ1202 - « For steel, stainless steel and cast iron
SMPoT o - XSEQ1203 He v I - Bore with keyway a5
S 6 XSEQ12T3 - Groove widths 4, 5,6, 7, 8 mm
| - XSEQ1204
XSEQ12T4
U
‘e
-
!l - - - Diameter range @63 - 160 mm
SMPO1 St S X5EQ1202 90° v i|v + For steel, stainless steel and cast iron B153
] = XSEQ1203 « Groove widths 4, 5, 6,7, 8 mm
XSEQ12T3
XSEQ1204
XSEQ12T4
LY L 4
g S X « Diameter range @80 - 200 mm
- B MPHTO0603 & « For steel, stainless steel and cast iron
SMP03 C// = MPHT0803 90 Vel v - Bore with keyway Bls3
1 ~ MPHT1204 - Groove widths 8, 10, 12, 16, 18,20 mm
4
\
L 1
[ .
a - ¢ - Diameter range @80 - 200 mm
SMPO3 T MPHT0603 0 v | v | v « For steel, stainless steel and cast iron B157
(X = MPHT0803 - Groove widths 8, 10, 12, 16, 18, 20 mm
MPHT1204
> | &
— - Diameter range @25 - 44 mm
SMPO5 A - Qci6L 9° | v | v |v - For steel, stainless steel and cast iron B159
Q‘& Qc22L « Groove widths range 1,1 - 4,8 mm
v Very suitable v Suitable

B13
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High-feed milling

. - Application
Series Milling body Inserts Kr Features Page
P/ M|K|N|S
7—7 .
- Diameter range @20 - 40 mm
/ « For steel, stainless steel and cast iron
XMRO1 = SDMT06T2 15° | v | v | v « Inserts with four cutting edges B163
L2 SDMTO09T3 « Ramping possible
SDMT1204 - Double clamping system for inserts
SDMT1505
- - : ¢
@ & - Diameter range @40 - 125 mm
8 T - For steel, stainless steel and cast iron
XMRO1 4 IS SDMT06T2 15° | v | v | v - Inserts with four cutting edges B165
/ SDMT09T3 - Ramping possible
SDMT1204 - Double clamping system for inserts
SDMT1505
- Diameter range @20 — 40 mm
- Diameter -
//\ 11°- - For steel, stainless steel and cast iron
XMRO1 > : WPGT0503 S RV VI Y - Inserts with three cutting edges B168
‘%, WPGT0604 22 - Ramping possible
« Double clamping system for inserts
- Diameter range @42 - 160 mm
o « For steel, stainless steel and cast iron
XMRO1 WPGT0604 12120 v | v |wv - Inserts with three cutting edges B170
WPGT0806 « Ramping possible
WPGT0907 - Double clamping system for inserts
Bore milling
- Diameter range @80 — 400 mm
XMPO1 CNE12 90° | v | v | v « For steel, stainless steel and cast iron B173
« Also for face and square shoulder milling

v Very suitable

B14

v Suitable
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T-slot milling
Application
Series Milling body Inserts Kr Features Page
M| K|N|S
/ - Diameter range @21 - 60 mm
TMPO1 2 N\ MPHTO0603 920° v | v - For cast iron B175
1Y < MPHT0803 - Groove widths 9, 11, 14, 18, 22, 28 mm
MPHT1204
Helical milling
ol "!'
« Diameter range @40 - 50 mm
HMPO1 APKT1504 & SPMT1204 | gqe v | v « For steel and cast iron B177
14 « Weldon shank
J*\> « Diameter range @50 - 80 mm
HMPO1 iy 3} APKT1504 &SPMT1204 | 900 | o, | | v « For steel and cast iron B179
R\ 23” « With JT coupling
e & + Diameter range @50 - 80 mm
Prass e APKT1504 & SPMT1204 . « For steel and cast iron
HMPO1-EC - 4 0 v « With JT coupling B1g
G - With indexable head
v Very suitable v Suitable
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Chamfer milling
. - Application
Series Milling body Inserts Kr Features Page
P/ M|K|N|S
—
/ - Diameter range @12 - 32 mm
CMZ01 < SPMT1204 30° | v | v | ¥ « For steel, stainless steel and cast iron B185
. f s
5 5‘ + Chamfer milling cutter 30°
—
/ - Diameter range @12 - 32 mm
CMZ01 " SPMT1204 30° | v | v | v + For steel, stainless steel and cast iron B183
. 5: ' « Chamfer milling cutter 30°
—_—
/ - Diameter range @12 - 32 mm
SPMT1204 5 - For steel, stainless steel and cast iron
CMAO01 ,\’( ¥ 45 Y v (= « Chamfer milling cutter 45° B1a7
5‘ « Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMAO01 ,\"f' y 45 Vi v [V « Chamfer milling cutter 45° b18d
5‘ «Weldon shank
—
/ « Diameter range @12 - 32 mm
SPMT1204 5 « For steel, stainless steel and cast iron
CMDO1 y( ¥ 60 Yo v (e « Chamfer milling cutter 60° B301
5‘ «Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 ” « For steel, stainless steel and cast iron
CMDo1 ,\'( f 60 v = + Chamfer milling cutter 60° B193
5‘ «Weldon shank
v Very suitable v Suitable

B16
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Indexable heads - QCH series

Application
Series Milling body Inserts Kr Features Page

P MK/ N S H

XPHT16 - Diameter range @16 - 32 mm
XPHT20 « For steel and cast iron
QCH-XPHT @mmﬂ XPHT25 v «Very suitable for roughing in mould and B
XPHT30 die industry
XPHT32

—7 - .
« Diameter range @20 - 40 mm
e : - For steel, stainless steel and cast iron
QCH-SDMT = :lmuuu SDMT06T2 15 | v | v | ¥ - Inserts with four cutting edges B197
m SDMT09T3 + Ramping possible
SDMT1204 - Double clamping system for inserts

O

! — N———
E\ ‘ - Diameter range @16 — 42 mm
Lo 17° « For steel, stainless steel and cast iron
QCH-WPGT WPGT0503 I VI VI Y « Inserts with three cutting edges B199
v WPGT0604 22 + Ramping possible
t s WPGT0806 - Double clamping system for inserts
O ping sy
y .
{ . | « Diameter range @16-40 mm

« For steel, stainless steel, cast iron, non-
ferrous metals and heat-resistant alloys
« For square-shoulder, slot and plunge

APKT11T3 i milling
QCH-APKT APKT1604 90 M v e v « 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
« For steel, stainless steel and cast iron
QCH-RD mlmmw ROKWO702 v | v | Vv v |+ Screw clamping B204
® RDKW10T3 » Mould and die industry
RDKW1605 « For two different thicknesses of inserts
(™)
« Diameter range @15 - 42 mm
« For steel, stainless steel and cast iron
QCH-RD RDKW0702 vV | v | v 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 mllling System overview

QCH series
Application
Series Milling body Inserts Kr = Features Page
P/ M|K|N|S
&
=/
- Diameter range @16 - 32 mm
N - For steel, stainless steel and cast iron
QCH-ZOHX w ZOHX16 v |v | Vv - Very suitable for finishing in mould and B208
ZOHX20 die industry
ZOHX25 - Inserts with two cutting edges
ZOHX30
ZOHX32
[\ ! - Diameter range @16-40 mm<BR>
a - For steel, stainless steel, cast iron,
— non-ferrous metals and heat-resistant
alloys<BR>
QCH- mi',‘“‘“& SONTOETS . qu ;quare—shoulder, slot and plunge
SDMT-Q wm vV | v | v m'[II!ng<BR> ' B . B210
« 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- e Pig " APKT11T3 . . Insert§ with fo'ur cutting edges<BR>
APKT-Q .4"_“‘% 90 vV | v | v « Ramping possible<BR> ) B212
m it - 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>
Can i « For deburring and chamfer milling<BR>
QCH- '_..u.. X H‘m SPGT0502 2 . « Soft cutting milling cutter with large, B214
SPGT-Q ;i o positive cutting edge geometry<BR>
‘:i‘—‘—- - Inserts with four cutting edges<BR>
« Only for Q-thread according to ZCC-CT
factory standard
N
B18 >
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Indexable milling

Chip breaker overview

Chip breaker overview

Finishing Medium machining Roughing
DF DM DR
APF APM -
P M PR
""""""""""""""""""""" ¢ | e &
""""""""""""""""""" .« | e e
L HGR
B e &z
- XR _
— MM —
""""""""""""""""" mo2 | Mo MmMO3
EF EM -
Y S
"""""""""""""""""""" oF | DbpM
e PR
GF GM GR
M GL GM GH
T HGR -
""""""""""""""""""""" E e
e ®
e XR e
e MM
CF ™M CR
777777 DF DM DR
NI;IDFR DER DER
e PR
""""""""""""""""""" ¢ | e &
_____________________________________ G|_ GM GH
o ®
N XX
MO-2 MO-1 MO-3
EF EM -
"""""""""""""""""" NG N
LH LH LH
N ............................................................................................................................................................................................................................................
ALH ALH ALH
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Grade overview Indexable milllng

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
: S 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 stainless steel and steel with wide application field. Good wear resistance and capability
M15 - M35 . R . .
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.
YBD152 K10- K25 CVD.coated K10-K25 carb|de substrate. Optimized for medmm to roughing operation of
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 : - : ; : 2 ol
3 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-S525 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-S25 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
S15-525 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 e : : s w s 2
YB9320 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
M10-M25 s r < i . o
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 .



cradeoverview INdexable milling

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
YBS303 $25-535 Milling grade for machining titanium alloys. A tough carbide substrate and the latest PVD
coating technology with increased impact resistance and high thermal stability.
Cermet
Grade ISO Micro structure Grade description
Uncoated PO5-P15 cermet grade for fine finishing operation of steel and stainless steel.
YNG151 PO5-P15 . : . . w e
Good resistance against plastic deformation for good surface finishing.
PVD coated PO5-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C P05 -P15 steel. Good wear resistance and capability against plastic deformation for good surface

roughness.

Uncoated cemented carbide

Grade I1SO Micro structure Grade description
SRBETUTS
YD101 NO5 - N25 Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in
K05 - K20 aluminum and other material.
K10 - K30 Uncoated K10-K30/N10-N30 carbide substrate for medium application in aluminum and
YD201 .
N10-N30 other material.
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Indexable ml||ing Application fields of grades

Application fields of grades - indexable milling

I1SO

HC' (CVD)

HC' (PVD)

u
9]
~

HW

PCBN/PCD

PO1

P10

P20

P30

YBM253

YBG205
YB9320

YNG151

YNG151C |

YBG302
[—I:

P40

Mo01

M10

M20

M30

YBG102

YBM251
YBM253

YBG202
YBG205

YB9320

YNG151

I
|

YNG151C

YBM351

YBG302

M40

YBC401

YC30S

K01

K10

YBG102

K20

YBD152

YBG152
YBG202 |

)

K30

YBD252

YD201

K40

[

NO1

N10

YDO51

N20

YBG101

YD101

N30

YBG202

YD201

S01

S10

YBG102

S20

YBG202
YBG205
\
YBS203
\

S30

YBS303

HO1

H10

YBG102 |

H20

H30

B24

Steel

Non-ferrous metals

Stainless steel

Heat-resistant alloys

Cast iron

Hardened materials

HC' Coated carbide
HT Uncoated cermet
HC® Coated carbide
HW Uncoated carbide
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Indexable ml"ing System code — milling bodies

FM A

12 050 - A2

2 0 -

N 06 -

04 (L)

(C)

1 2 3 4 5 6 7 8 9 10
Type Entering angle
Code Description
BM Profile milling A %45 E %750
™M Chamfer milling
EM Square shoulder milling
60° 90°
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 @50-80mm Nominal diameter @100-160 mm
022,27 ©27,32,40
20 : L !
33| 22 I I
A 37 t 40 B ! 50
! 50 ' 53
i 63 : 70
! i
11,135 :
218,20 238,45,56 Y
50,63,80
f ©100,125,160
-
Nominal diameter @200-250 mm Nominal diameter @315 mm
o 101,6 . 177,8
r @60 —| 1016
: 5 T 260
g ! ! ; D : ' o
i ! ' 63 R2 y i E ! E !
! ! j B | 70 “_E_' ! _f_ﬁ : 70
|218] il 52| ot ' ‘ ' 80
726 [222]| | @] :
A @34 | |@26
200,250 = W =™ @315 =
I 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 m|||ing

Insert shape

Clearance angle

Cutting edge length | [mm]

B ;
5
\E 15°
E S
25°

C E
7

E ;
20°

Insert shape

=

]
H
O 2O 0
[ =
H,O,P L
QO O '
0 A °@ R
R S
w Q Special
él— ;I’
z Special
pecia T W
7 8
Cutting direction
Number of teeth Description With inner cooling
Left
10 11

Tools with B coupling and inner coolant supply require the following spare parts:

Coolant clamp screw

Coolant shower plate

Spare parts (B coupling with inner coolant supply)

B27 B32 B40 B40
() 80 100 125 160
‘ Coolant clamp screw LDB27C LDB32C LDB40C LDB40C
6 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.
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Indexable ml||ing ISO code - inserts

n

P K N

12 04

ED

T21K R - DM

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
0O | E || A
> 7 AN
IC -
<:> L l:l D J; E g Code \ 1.C [mm] ] m [mm] ‘ S [mm]
A +0,025 +0,005 +0,025
— ¢ +0,025 +0,013 +0,025
<> 0 Q ¥ \lg N I E +0,025 +0,025 +0,025
F +0,013 +0,005 +0,025
Q R O B S G +0,025 0,025 +0,130
e H +0,013 +0,013 +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 Special 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°

> 65°

> 65°

> 65°

<65°

7 Q
<65°

7 T
<65° <65°

Special

H,O,P L
R S

=

B28




ISO code - inserts Indexable mllling

Insert thickness S [mm] Angle
S S
- I = Ok I
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 58
01 1,59 06 6,35 E 75° C 7°
15 1,98 T6 6,75 F 85° D 157
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 | 2 15° 2 0,20
T 7 3 20° 3 0,25 P <>
4 25° 4 0,30
s | 4
5 30° 5 0,35
6 0,40 w @
7 0,45
8
Cutting direction
Code Description
s Chip breaker overview
R ight (on page B20)
L Left
N Right and left

9

10
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Indexable ml||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 [mmi frri]
3 4 5
Tool holder type
Code Description Code Description
Diameter of mounting hole
A Atype B B type [mm]
C Ctype D D type
K With feather key
6 7
Insert shape Clearance angle
Insert size

M Q s N | P X:/”O [mm]

8 9 10
Cutting direction
Number of teeth Code Description
R Right
L Left
11 12

B30
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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 g R Q M Metric 8 8
= d Q Qthread 10 10
12 12
S 14 14
|-
4 5 6
Number of teeth
7
S O C PP SO P
e Face milling f Chamfer milling g Plunge milling

a Groove milling

h Circular milling/Ramping

b Square shoulder milling

¢ Profile milling

d Slot milling
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Indexable ml||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 20 920
S Steel - Cylindrically stepped 115 115
7 8 9
N
B32 >




Face milling Indexable millin
g

Face milling

FMAO1 Kr:45° 0

Fine pitch o
C D
Stock Dimensions [mm] Inserts
Article e Teeth | Coupling
R|L @D @D, od L A max [ ]
—’
FMAO01-050-A22-SE12-04 ° 50 61 22 40 6 4 A 0.3
FMAO01-050-A22-SE12-04C X 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 * e 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 ® o 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 ® o 160 170 40 63 6 10 B 43
FMAO01-200-C60-SE12-12 ° 200 210 60 63 6 12 (@ 7.6
FMAO01-250-C60-SE12-14 ° 250 260 60 63 6 14 C 13.5
FMAO01-315-D60-SE12-18 ° 315 325 60 70 6 18 D 20.8
FMAO01-100-B32-SE18-04 5 ------------ 100 _______ 12032 63 10 4 B 1.2
FMAO01-125-B40-SE18-05 o 125 14540 63 10 5 B 2.6
FMAO01-160-C40-SE18-06 o """" é) . 160 180 40 63 10 6 C 43
FMAO01-200-C60-SE18-08 o _____ (; . 200 22060 nnnnnn 63 10 8 C 7.6 SEETI8TE
FMAO01-250-C60-SE18-10 o -------- 250 276 60 - 63 10 10 C 135
FMAO01-315-D60-SE18-12 el "o 315 335 60 80 10 12 D 20.8
® Ex stock 0 On demand
*< With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230

o«
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Indexable milling  race miliing

Spare parts

s

Insert SEET12T3 SEET12T3 SEET18T6
oD 50-100 125-315 100- 315
v Screw (insert) 160M3.5x10 160M3.5x12 160M5x17
(2.7 Nm) (2.7 Nm) (6.7 Nm)
YW | screw (shim) SM5X7XA SMBXIXA
Shim S13BS S18BS
¢ | Wrench (shim) WH35L WHS0L
& | 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
Milling inserts §% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3Bk DBeE O S BB OO0 O
M| OBRODH D DBOHBRBOO O
K S O @) o8
N & Dk
S CCI < O% DOBD €&
H
o c b ldssBgaogssatnucaagls |&
S ~ ) = = = o I o n ) = =
0Q3==203co00N8aBa3e |0 |28
[oa e Ao e e R ~a li ca Jy < [ W e'a i wa B e'a S« B o'a Wi o'a W o'a [« o2 ) I~ =z (o)
SE>>S>S>S>>>>>>>>>>>>> |5 |>=>
SEET12T3-W 9.46 o ° ¢} 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

B34



Face milling Indexable millin
g

O  Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 12 T3 134 134 | 397 4.1
Milling inserts &8 Unfavourable machining conditions 18 T6 18 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5Dk HBDBE D S SHBe 00 O
- M| SBDHBR DGR DHBBROO O
K S O o g8
od N - SR
S CCH < O HHH: €
H
- B -HEEEREEE R
S NN = = ~ 2 =3 — — o o
O00===08000dR30RBRGTC | 2]
[ e a R e R e R~ N a R =a il aa ) lf s Jf'a Jf w'a B 'a S« MY 'a QY o' W e'a S s« MY 'a Y It P a8l 0
S>E>>>>>>>>>>>>>>>>5 |5 ==
SEET12T3-CF 2.55 o °
D
>
SEET12T3-CM 2.55 ° °
<
>’
SEET12T3-CR 2.55 I ) o
()
>’
SEET12T3-DF 255 |0 o o e o o o o
«a
-’
SEET12T3-DM 255|e @ @ @ O @ o o0
@ | seeTi8Te-DM 229 e .
>’
SEET12T3-DR 2,55 [ 3 ° o o o
()
>’
SEET12T3-EF 2.55 o °
S
-’
SEET12T3-EM 2.55 o e o °
<
>’
SEET12T3-LH 2,55 o oo
()
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 milling  race miliing

Face milling

FMAO2 Kr:45° 0

Coarse and differential pitch

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
@D @D, od L Ao @
A4
FMAO02-050-A22-SE12-03 ® 50 61 722 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 26
@ Ex stock o On demand
** With internal cooling
Spare parts
Insert SEET12T3
oD 50-125
3 -
. 160M3.5x10 N
v Screw (insert) 27Nm) A
< u
/ Wrench (insert) WT15IS

System code > B26

B36

Grade selection > B24

V.

Technical info :} B527

o~

zcc-cT
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racemiling INdexable milling

O  Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 12T3 | 1782 | 134 | 3.97 4.1
MiIIing inserts &8 Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o0 - P BORBDBE O S SOHBe OO0 O
=
2C 1 @ %\\ ' M| SBOHER D OHRBO0 O
29
5 adl} K @8 O o %
. < 29" N ] S
S CCI X OB SEH %
H
“ -l loss8caoRsagcnacenns B
" o S oo = ) Vo= =
O03SSS52000830RB8R0c | 2]
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
SE>>>>>>>>>>>>>>>>5 |= > >
SEET12T3-W 9.46 o ° o o
@
A\ 4
® 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 12 T3 134 134 | 397 4.1
Milling inserts &% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5RO DBHE D S OB 00 O
o M| SB3DHBER B DHRBOO O
K D O @ &8
od N @ SR
S CCHE O% DBHH:
H
150 L l8csBnransascesgeans |b
S NN = = ~ — — o o
O00===080000R30RBRGT | 2]
(oo a e R a R~ N a J ol aa ) [fwa M o'a i a'a B 'a S « MY ca S o' M 'a I s « MY o |l I~ =z [alya]
S>E>>>>>>>>>>>>>>>>5 |5 |[=>
SEET12T3-CF 2.55 o °
«a
A\ 4
SEET12T3-CM 2.55 ° °
«a
>’
SEET12T3-CR 2.55 o0 o
()
a
® 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 Cuttingdata ~ B230
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Indexable mllling Face milling

©  Ideal machining conditions SEET L I.C S d
€3 Normal machining conditions 12 T3 134 134 | 3.97 4.1
Milling inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5B HBE O S BHe OO0 |O
o M| SBDODBER D DBORBOO O
K S O o 8
od N © SEEX)
S LI < O% DHH: €
H
- W -BNEEEEREEER:
S oo = = = ~N e o — - =S
0332035000836 R0E & |28
(ool R o e R e el ca < [f o W 'a i wa B 'a B« MY 'a W w'a Wi 'a S o MY 2 ) It =z [alya)
SE>>>>>>I>>>>>>>>>>> |5 |[>=>
SEET12T3-DF 255|e o o e o ¢} o o
«a
>
SEET12T3-DM 255/ @ @ @ O o o L)
=«
>’
SEET12T3-DR 2.55 [ I ) [} o o o
()
A 4
SEET12T3-EF 2.55 o °
()
A 4
SEET12T3-EM 2.55 o e o °
<«
>’
SEET12T3-LH 2.55 o L)
[ )
A4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

B38



racemiling INdexable milling

Face milling

FMAO3 Kr:45° 0

a

\ B
/ / @D1
Q
: ap} || == '
Te———— . 1,
ik o
L Lapd L L-gd Lo
1 111 11 J T T =y | 1 + 1 J
od
D
Stock Dimensions [mm] Inserts
Article S Teeth | Coupling
R|L @D @D, od L Ap max -
FMAO03-080-A27-SE12-04 o O 80 103 27 50 55 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 200 221 60 63 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 220
FMAO03-080-A27-SE15-04 o 80 103 27 50 7.5 4 A 1.7
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 SEENI1304
.................. - < : : SEKR1504
FMAO03-200-C60-SE15-10 o 200 221 60 63 7.5 10 C 8.3
FMAO03-250-C60-SE15-12 e} 250 270 60 63 75 12 C 13.6
FMAO03-315-D60-SE15-15 o o 315 353 60 63 7.5 15 D 21.8
® 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 Face milling

Spare parts
SEEN1203
Insert SEKN1203 ::ﬁ:::s:
SEKR1203
@D 80-315 80-315
@@ | Adustable LOM5x15.1 LOMSX15.1
screw
@P | Cassette (left LSET2L LSE15L
@P | Cassette (right) LSE12R LSE15R
& | screw wecge DM8X21X DM8x21X
9 (10.2 Nm) (102 Nm)
&/ | Wedge (eft) WoiL WoIL
&/ | Wedge (right WOTR WOTR
/>~ Wiench loca- WT20T WT20T
tor)
P WA WH40T WH40T
(wedge)

O Ideal machining conditions SEKN L. 1.C S
€3  Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [55sEHBDBE O D BHe OO0 |O
M| SBDHER D& DHBE00 O
K D O ( ] &8
N @ SR
S CCI < O HHH: &
H
50 b [E5BEES Rz 088828 |5
S N N =t < = ~ — — = =
003228000830 2823/c |o 2]
[ea g~ o el ~a R el ca Ja [ J='a i aa B e'a Jfa a B 'a [ <a Moo i« o Y o'a | I~ =z on
SE>S>>>>>>>>>>>>>>>5 |5 |=>
SEKN1203AFN 1.8 o
SEKN1203AFTN 1.8 ° ® @ O o o ° ° o
U | SEKN1504AFTN 1.6 o0 o °
SEKN1504AZ 1.6 o o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

B4o



Face milling Indexable millin
g

O  Ideal machining conditions SEEN L 1.C S
€ Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &8 Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P D85 DE O S SOHBe OO0 O
M| SBDDBR D DOHRBOO O
K S O @) o8
N D SR
S LR K O HBHD %
H
- b 8B HEE R8s c8slags |5
S N N el —E = O o o — - = =
O03S=250200033028200 |0 2]
[oa e e e e R o e oo | aa B ~'a M a'a B ~'a Mo a R 'a Wi 'a R o'a MY c'a B ' | =t =z (ala)]
S>E>>>>>>>>>>>>>>>>= > > >
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 1.C S
€3 Normal machining conditions 12 03 127 12.7 3.18
Milling inserts &% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P &OHBDE D S DHBH OO0 O
M| SBODBEB DB OHRBOO O
K Bk O @) g8
N 8 SR
S CCIR K O& SH8H
H
M oo oN NN n (] o =
N = — ] = o0 o o . a
I1SO bs |2 R LRV WNoOO09O -3 Qo0 0 —
O03S=25020000R0RBR0T [T 2]
[oa e e o ~a R e i wa e | aa B ~a S a Ji~'a Mo a MY e WY o'a R 'a WY o'a B o' | P4 =z [ala)
S>E>>>>>>>>>>>>>>>>= > > >
SEKR1203AFN 1.8 ° o
%
A 4
® 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 milling  race miliing

Face milling

FMAO4 Kr:45° 0

Turning

Screw Clamping

Milling

N

Drilling

Stock Dimensions [mm] Inserts
Article - Rl Ll ao oD, o ) - Teeth | Coupling ?
FMA04-050-A22-OF05-04 ° 50 56 22 40 8% 4 A 0.3
FMAO04-050-A22-OF05-05 ° 50 56 22 40 35 5 A 0.4
FMA04-050-A22-OF05-05C * o 50 56 22 40 55 5 A 0.4
FMAO04-063-A22-OF05-05 ° 63 69 22 40 35 5 A 0.5
FMA04-063-A22-OF05-05C *® 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
FMA04-080-A27-OF05-06C K e 80 86 27 50 55 6 A 0.8 QRIS
FMAO04-100-B32-OF05-07 e o 100 106 32 50 35 7 B 1.2
FMAO04-100-B32-0OF05-07C *® o 100 106 32 50 35 7 B 1.2
FMAO04-125-B40-OF05-08 ° 125 130 40 63 35 8 B 2.7
FMA04-125-B40-OF05-08C * o 125 130 40 63 35 8 B 27
FMAO04-160-B40-OF05-10 ® 160 165 40 63 35 10 B 5.1

® Ex stock

* With internal cooling

O

o On demand

= .S Spare parts
2 ® Insert OFKT05T3 OFKTO5T3
§ % @D 50-63 80-160
= e
W | screw nsert 160M4x8.4 160M4x10
(3.4 Nm) (3.4 Nm)
E A | Wrench (insert) WT15IS WT15IS

Index

System code ; B26

B42

Grade selection \ B24 Technical info :) B527 Cutting data // B230

s



racemiling INdexable milling

O  Ideal machining conditions OFKT L 1.C S d
€ Normal machining conditions 05 T3 5.26 12.7 | 3.97 4.4
MiIIing inserts &8 Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2I1C P BORBDBE O S SOHBe OO0 O
o M| S8BGOD B8 BO8800 O
od] 4 K 8% O o %
R p— - N 8 O
s, s % o 08 908
H

o s 25cBEEaRsestnesNaRE B |-

CB35508000830823R3380 |& |28

[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]

S>> >>>>>>>>>5 |5 >

OFKTO5T3-DF 0.5 ® O
- OFKTO05T3-DM 0.5 o ° ® O °
OFKTO5T3-LH 0.5 °
\ S
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode .~ B26 Grade selection .~ B24 Technical info B527 Cutting data B230
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Turning
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Indexable milling Frace miling

Face milling

FMAO4 Kr:45° 0

D1
ap @ID
L h
N
| ey I
od
B
D1
@D
ap| ;
AN ¢ = )
L’ TARE =ty 4
i I SR T et
T
D
Stock Dimensions [mm] Inserts
Article 3 Teeth | Coupling
R|L| @D @D, od L Ay max S
FMAO04-125-B40-OF07-08 o 125 136 40 63 5 8 B 3.9
FMAO04-160-B40-OF07-10 o 160 171 40 63 5 10 B 5.9
FMA04-200-C60-OF07-12 ©) 200 211 60 63 5 12 C 7.6 OFKR0704
FMA04-250-C60-OF07-16 o 250 261 60 63 5 16 o 133
FMA04-315-D60-OF07-20 o o 315 321 60 63 5 20 D 20.3

@ Ex stock o On demand

** With internal cooling

Spare parts
Insert OFKR0704
oD 125-315
w Adjustable LOMS5x15.1
screw
@ | Cassette (left) LOFO7L
@ | Cassette (right) LOFO7R
DM8x21X
@ Screw (wedge) (102Nm)
&/ | Wedge (eft wo2L
&/ | Wedge (ight WO2R
) Wrench (loca- WT20T
tor)
) Wrench WH40T
(wedge)

System code J B26

B44

Grade selection > B24

Technical info \” B527

Cutting data >

B230



racemiling INdexable milling

O  Ideal machining conditions OFKR L 1.C S
€3 Normal machining conditions 07 04 7.45 17.94 | 4.76
Milling inserts §% Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [3ORBDBE O S HHe OO0 O
M| SBDHER D OHRBO0 O
K D O ([ ] g8
N &8 St
S CCI X OB SEH %
H
5 . 3sshzonadsascnusseds [B |-
CB3S5208G50328R23R3|5 |& |28
[ea e e e o o iy ea <o)l Waa Ji~a Jiaa B o'a B~ a R 'a Wi 'a R 'a N o'a R 2 ) Pl =z [ala]
S>E>>>>>>F>>>>>>>>>>= > > >
OFKR0704-DF 0.8 o o
SN~
OFKR0704-DM 0.8 o o o o o o o
N~ OFKR0704W-DM 0.8 o o o
\—4
i OFKR0704-LH 0.8 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 milling  race miliing

Face milling

FMAO4 Kr:45°

Screw Clamping

Dimensions [mm] Inserts
Article sl | Stock Teeth

' @0 | oD, | od L | apme 9
FMAO04-050-A22-0D06-04C 5k (] 50 60 22 40 4 4 0.284
FMAO04-063-A22-0D06-05C sk [ 63 73 22 40 4 8 0.409
FMA04-080-A27-0D06-06C £ ° 80 90 27 50 4 6 1.017

- OD*T0605**
FMAO04-100-A32-0D06-07C b [ 100 110 32 50 4 7 1,536
FMA04-125-B40-0D06-08 o 125 135 40 63 4 8 2931
FMAO04-160-C40-0OD06-10 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
. 160M5x13
v Screw (insert) 67Nm)
/ Wrench (insert) WT20IS

System code > B26 Grade selection > B24

B46

Technical info ) B527

o~

CT

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 [3ORBDBE O S HHe OO0 O
M| SBDHER D OHRBO0 O
K D O ([ ] g8
N 8 St
S CCI X OB SEH %
H
150 NssRopafsescnscdngs (B |-
CB3S5208G50328R23R3|5 |& |28
[ea e e e o o iy ea <o)l Waa Ji~a Jiaa B o'a B~ a R 'a Wi 'a R 'a N o'a R 2 ) Pl =z [ala]
S>E>>>>>>F>>>>>>>>>>= > > >
ODHT060508-GH [} o0 °
ODHT060508-GL o o °
ODHT060508-GM ° ° ° °
vy
ODHT060508-LH ® O
=
ODMT060512-GM o
l v
® 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

FMAO7 Kr:45° 0

ap

D1
D

od

H—

L1

Weldon shank

Dimensions [mm] Inserts
Article sz | Stock Teeth
@D @D, od L, L A rmax .
FMA07-025-XP20-ON06-02 o 25 37 20 45 95 4 2 0.2
FMA07-025-XP20-ON06-02C b o 25 37 20 45 95 4 2 0.2
- ONHU0604
FMA07-032-XP25-ON06-02C - ¢} 32 44 25 55 111 4 2 0.4
FMA07-040-XP25-ON06-03 o 40 52 25 50 106 4 3 0.4
FMA07-032-XP25-ON08-02 o 32 47 25 55 111 5 2 0.4
FMAO07-040-XP25-ON08-03 o 40 55 25 55 111 5 3 0.5
ONHUO08T5
FMA07-040-XP25-ON08-03C B3 o 40 55 25 55 11 5 3 0.5
FMAO07-050-XP25-ON08-04 o 50 65 25 55 111 5 4 0.6
® Ex stock © On demand
* With internal cooling
Spare parts
Insert ONHU0604 ONHUO08T5
oD 25-40 32-50
" Screw (insert) 160M4x10 160M5x13
(3.4Nm) (6.7 Nm)
/ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

B4s



Face milling

Indexable milling

O  Ideal machining conditions ONHU L 1.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 [3ORBDBE O S HHe OO0 O
M| SBDHER D OHRBO0 O
K D O ([ ] g8
N &8 St
S CCI X OB SEH %
H
5 Ncs@nEadsasoengangs |5
f o S oo = ) v = =
O03SSS52000830RBa0e [ 2]
[ea e e e o o iy ea <o)l Waa Ji~a Jiaa B o'a B~ a R 'a Wi 'a R 'a N o'a R 2 ) Pl =z [ala]
S>> >>>>>>>>5 |5 [FF
ONHU060408-CM o
. ONHUO08T512-CM o o
ONHU060408-PF 08 |o o ° o
. ONHU08T508-PF 0.8 o
ONHU060408-PM 08 |e@ ° ° °
. ONHUO08T508-PM 0.8 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

FMAO7 Kr:45° 0

R

\

ap

Bs0

C
Stock Dimensions [mm] Inserts
Article o2 Teeth | Coupling .
R|L @D @D, od ILL Ap rax
FMAO07-050-A22-ON06-05 o o 50 62 22 40 4 5 A 0.3
FMAO07-050-A22-ON06-05C ® o 50 62 22 40 4 5 A 0.3
FMA07-063-A22-ON06-06 o 63 75 29 40 4 6 A 0.5
FMAO07-063-A22-ON06-06C *® o 63 75 22 40 4 6 A 0.5
FMAO07-080-A27-ON06-07C *® o 80 92 27 50 4 7 A 1
FMAO07-080-B27-ON06-07 o] 80 92 27 50 4 7 B 1
FMAO07-100-B32-ON06-08 ©) 100 1912 32 63 4 8 B 1.9
FMAO07-100-B32-ON06-08C X 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 * o 125 137 40 63 4 9 B 35
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 € 13.4
FMAO07-315-D60-ON06-17 o 315 327 60 80 4 17 D 219
FMA07-063-A22-ON08-05  « <_> 63 78 22 405 ________ 5 A 0.5
FMAO07-063-A22-ON08-05C *® o 63 78 22 40 5 5 A 0.5
FMAO07-080-A27-ON08-06C *® o . 80 95 27 50 5 6 A 0.9
FMAO07-080-B27-ON08-06 95 27 50 5 6 B 0.9
FMAO07-100-B32-ON08-07 115 32 63 5 7 B 1.8
FMAO07-100-B32-ON08-07C 115 32 63 5 8 B 3.1
FMAO07-125-B40-ON08-08 140 40 63 - 5 ________ 8 B 3.1 ONHUOSTS
FMAO07-125-B40-ON08-08C 140 40 63 5 8 B 3.1
FMAO07-160-C40-ON08-10 175 40 63 5 10 € 4.1
FMAO07-200-C60-ON08-12 o o 200 215 60 63 ) 5 12 C 6.1
FMA07-250-C60-ON08-14 o o 250 265 60 63 5 14 C 12
FMAO07-315-D60-ON08-16 o c_> ______ 3 _15 330 60 80 5 16 D 21
® Ex stock © On demand
* With internal cooling
System code . B26 Grade selection B24 Technical info B527 Cutting data B230



Face milling Indexable millin
g

Spare parts
Insert ONHU0604 ONHUO08T5
) 50-315 63-315
¥ | screw insert 160M4x10 I60M5x13 '
(3.4 Nm) (6.7 Nm) F
A | Wrench (insert) WT15IS
/>~ Wrench (insert) WT20IT 8

O Ideal machining conditions ONHU L 1.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 |DBHBHBR O S BB OO0 O
M| SBODHER B OHRBEO0 O
K S O @) &8
N 8 SR
S CCI < O&% HHD
H
1SO a5 sik ol AR s e S ol 218 o i@ b E
7 o Soo 0 0 — =
OQ3==258c0003028a08c | |28
[ea e e o e R ol va i =a ]l Waa Wi~ Jiaa R~ Mo a M a Wi e'a R 'a MY a'a R ' | Pt Z [ala]
S>E>>>>>>>>>>>>>>>>= > > >
ONHU060408-CM o
. ONHUO08T512-CM o o
ONHU060408-PF 08 |o o °
. ONHUO08T508-PF 0.8 o
ONHU060408-PM 08 |e ° ° °
. ONHU08T508-PM 08 |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 Face milling

Face milling

FMA11 Kr:45° 0

a
od

D

Dimensions [mm]

Inserts

Bs2

Article sz | Stock Teeth | Coupling —
@D @D, od L A e
FMA11-063-A22-SN12-05C ES ° 63 74.47 22! 40 555 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 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-07C £ o 100 11147 32 50 515 74 B 1.42
FMA11-100-B32-SN12-10C £ ° 100 11147 32 50 55 10 B 142
FMA11-125-B40-SN12-08 ° 125 13647 40 63 5.5 8 B 2.86 SEGT205
FMA11-125-B40-SN12-08C b e} 125 13647 40 63 55 8 B 2.86
FMA11-125-B40-SN12-12C £ o 125 13647 40 63 515/ 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 55 (5 C 4.06
FMA11-200-C60-SN12-14 ° 200 212.08 60 63 55 14 C 6.89
FMA11-063-A22-SN15-05C x ° 63 774 22 40 7 5 A 0.56
FMA11-080-A27-SN15-06C £ ° 80 94.4 27 50 7 6 A 1.06
FMA11-100-B32-SN15-07 o 100 1144 32 50 7 7/ B 1.47
FMA11-100-B32-SN15-07C £ o 100 1144 32 50 7 7 B 1.47
FMA11-100-B32-SN15-09C x e 100 1144 32 50 7 9 B 1.47
FMA11-125-B40-SN15-08 ° 125 1394 40 63 7 8 B 2.7
FMA11-125-B40-SN15-08C x (¢} 125 1394 40 63 7 8 B 2.7 SNEG1506
FMA11-125-B40-SN15-10C £ ° 125 14025 40 63 7 10 B 3.1
FMA11-160-C40-SN15-10 ° 160 1744 40 63 i 10 C 392
FMA11-160-C40-SN15-13 ° 160 17525 40 63 7 13 C 414
FMA11-200-C60-SN15-12 ° 200 2144 60 63 7 12 € 5.46
FMA11-250-C60-SN15-14 ° 250 2644 60 63 7 14 c 11.26
FMA11-315-D60-SN15-18 o 315 3294 60 80 7 18 D 20
FMA11-125-B40-SN19-07 ° 125 14263 40 63 9 7 B 3
FMA11-125-B40-SN19-07C x o 125 14263 40 63 9 Z B 3
FMA11-160-C40-SN19-09 ° 160 167.63 40 63 9 9 C 4.25 SNEG1907
FMA11-200-C60-SN19-11 ° 200 21763 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



Face milling Indexable millin
g

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling —
) @D @D, od L. Bmax E
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
SNEG1907
FMA11-315-D60-SN19-16 315 33263 60 80 9 16 D 20.9
® Ex stock o On demand
** With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 63-200 63-315 125-315
v Screwiinsatt 160M3.5x10 160M5x13 143M6X%16
(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 56 | 55
Milling inserts §2  Unfavourable machining conditions 1907 | 121 | 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P [DB&HBHBE D S OHBe OO0 O
0 O
M| ©BB3DB5BEH D OHRBOO O
K S O @) o8
N &8 SR
S CEI X O& DOHH
H
ISO s 95500 bARSSs8838 330 o
r S - = = — - |a8a
OQ3==2c8c0003028a3c | |28
[ea e e o e R ol va i =a ]l Waa Wi~ Jiaa R~ Mo a M a Wi e'a R 'a MY a'a R ' | Pt Z [ala]
S>E>>>>>>I>>>>>>>>>>> |5 |>>
SNEG1506ANR-E 09 |13 °
SNEG1205ANR-GM 08 [1.05|e ° ° °
SNEG1506ANR-GM 09|13 |e ) ° °
® 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

SNEG L IC S d
O  Ideal machining conditions 1205 | 76 12 | 476 | 46
&€ Normal machining conditions 1506 | 94 15 5.6 55
Milling inserts €  Unfavourable machining conditions 19 07 | 12.1 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HBDBE OB S OB OO0 O
M| SBDHER B OHRBOO O
K D O O g8
N L SR
S CCH < O% OHH €%
H
50 s 955855085888 s88285 [=
r " 0 SECR-BN ) ) — =
OO3SS203co00N0aBa0e (o |28
[ea e e R~ a i ~a R~ a i ~a R =a || Waa Jiaa S aa By oa MYa a WY o'a Wi o'a R o'a WY a'a R 2 Pl = (@] /o]
S>E>S>>S>>>F>>>>>>>>>>5 |= > >
S SNEG1205ANR-GR 0.8 [1.05|e @ ° o) o
e SNEG1506ANR-GR 09 |13 |e ° ° o o
SNEG1907ANR-GR 1 |1.67|e ° o0
p— 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
€3 Normal machining conditions 12 05 12 12 476 4.6
Milling inserts §8  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BORDBDBE DB B OB OO0 O
M| SBRODER B OORBOO0 O
K S O O &8
N ] D
S LI X O%B OHH
H
m oo N NN n o~ o =
o — — — = I5e) o [5e) N oy
1SO i |2 (R8RS 2l SE B NS 2l El s iE
O0s==2080033332323|2 |2 |28
[ea e N ea e ~a R o Ry ~a ol Waa Wi~ M2 B~ Mo a R ~'a Wi ca R o N a R | [t Z [ala)
S>E>>>>>>I>>>>>>>>>>5 |- [F>
I 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

Bs4



Face milling Indexable millin
g

Face milling

FMA12 Kr:45° 0

o~

Dimensions [mm] Inserts
Article stz | Stock Teeth | Coupling a
@D @D, od L - —
FMA12-050-A22-ON06-04C xR ° 50 59 22 40 4 4 A 0.309
FMA12-050-A22-ON06-05C x® ° 50 59 22 40 & 5 A 0.352
FMA12-063-A27-ON06-05C xR ° 63 72 27/ 50 = 5 A 0.645
FMA12-063-A27-ON06-07C P ° 63 72 27 50 4 7 A 0.695
FMA12-080-A27-ON06-07C x® ° 80 90 27 50 4 7 A 1.071
FMA12-080-A27-ON06-09C £ ° 80 20 27 50 & 9 A 1.098
FMA12-100-A32-ON06-08C £ o 100 110 32 50 = 8 A 1.599 ONFtioge
FMA12-100-A32-ON06-11C x® ° 100 110 32 50 4 11 A 1.616
FMA12-125-B40-ON06-10 ° 125 135 40 63 < 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 & 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 097
FMA12-100-B32-ON08-07 (e} 100 115 32 50 5 7 B 1.28
FMA12-100-B32-ON08-07C £ o 100 115 32 50 5 7 B 1.28
FMA12-125-B40-ON08-08 o 125 140 40 63 5 8 B 259
FMA12-125-B40-ON08-08C b o 125 140 40 63 5 8 B 2.59 ONHUo8TG
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 18 D -20.41
® 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 ON*U0604** ONHUO08T6
oD 50-160 63-315
. 160M5x13
v Screw (insert) ©67Nm)
A | Wrench (insert) WT15IS
WT20IT

Wrench (insert)

O  Ideal machining conditions ONHU L I.C S d
€3 Normal machining conditions 06 04 | 6.15 |15.875| 5.54 6
Milling inserts §%  Unfavourable machining conditions 087T6 | 638 | 202 | 6.3 53
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHBEDBDBE O DS BB OO0 O
M| SBRODER B OHRBOO0 O
K B O O K]
N 8 StR K
S CCI K O& HHD €
H
o0 oo N NN n o~ o =
(2}l (= By ey = e ™ o [5e) T o
1SO r ooom”‘”‘i\mggo-—oo(\‘oomr v — =
O0J3SS22380008R0RBa0c |o |28
[oa e o e N ca R s Ny ~a Jiyoa | /< Je'a i wa B e'a Jifa a B 'a (i o'a W e'a s« B o' | I~ =z [ala)
S>E>>>>>>I>>>>>>>>>>= > > >
ONHUO060408ANN-GH ° o0 o0 o
0 ONMU060408-GH ° °
ONHUO060404ANN-GL ° o o0 o
|
ONHU060408ANN-GM 0,8 ) ° °
4
o ONHUO08T624R-GM 24 o o
ONMU060408-GM o o ° °
@ Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection .~ B24 Technical info _ B527 Cutting data B230

System code B26

Bs6



racemiling INdexable milling

Face milling

FMDO2 Kr:67° 0

@D1

apy | |

t
LS : ‘

e i

‘ 4 @D1 .

'

L % I
C D
Stock Dimensions [mm] Inserts
Article e Teeth | Coupling Q
R|L @D @D, od L A max
FMDO02-050-A22-PN11-04 e © 50 60.1 22 50 5 4 A 0.6
FMD02-050-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
FMDO02-050-A22-PN11-05C e 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 731 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 7341 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
FMDO02-080-A27-PN11-08 ° 80 90.1 27 50 5 8 A 1.2
FMDO02-080-A27-PN11-08C e 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 ® 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 1351 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C ® o 125 135.1 40 63 5 8 B 2.9
FMDO02-125-B40-PN11-12 e O 125 1351 40 63 5 12 B 32
FMDO02-125-B40-PN11-12C ® o 1255 1351 40 63 5 12 B 32
FMDO02-160-B40-PN11-10 ] 160  170.1 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 ° 160  170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 2101 60 63 5 12 C 79
FMDO02-200-C60-PN11-16 ° 200 210.1 60 63 5 16 C 8.5
FMDO02-200-C60-PN11-20 o 200  210.1 60 63 5 20 C 8.5
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 C 18
FMDO02-250-C60-PN11-30 o 250  260.1 60 63 5 30 C 13.5
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 Cuttingdata ~ B230
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Indexable milling  race miliing

Spare parts
Insert PNEG1105
@D 50-315
: 160M4x10
v Screw (insert) 34Nm) ‘é
N
/ Wrench (insert) WT15IS

O  Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 7.5 |15.875| 556 | 464
MiIIing inserts §%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BORDBDBRE O S OBH 00 O
M| SRDODBE B OORBOO0 O
K D% O O &8
N &b SR
S CEI X O%B DBHHB =
H
m — — N N NN N n o ol T g
Is0 bs |2|2BSELE2RSSSREQIRBRP |2 58
MXNY YU 000000 NnUa0UnUYuY &) o [N
[ea e e o ~a R ~a i ~a e || e Jil~a M2 B o'a MY o a Ny 'a MY 'a N o'a Mo a R o' | =l 2 (a] (o)
S>E>>>>>>>>>>>>>>>>5 = > >
PNEG110512L-PF 16 |75]|0
Q PNEG110512R-PF 16 |75]|0 o
PNEG110512L-PM 16 |75]|0 o
g 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
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racemiling INdexable milling

O  Ideal machining conditions PNEG L 1.C S d
€ Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts &8 Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P D85 DE O S SOHBe OO0 O
M| SBDDBR D DOHRBOO O
K S O @) o8
N B SR
S LR K O HBHD %
H
o : NscREERRsa8Ne8gYnds |b
S A max o — — e ~N & o Q = — o o
P 0 SSS2000000N0RBR0E [ |28
[oa e e e e R o e oo | aa B ~'a M a'a B ~'a Mo a R 'a Wi 'a R o'a MY c'a B ' | =t =z (ala)]
S>E>>>>>>>>>>>>>>>>5 |5 >
PNEG110512L-CF 1.6 5 o
‘ PNEG110512R-CF 1.6 5 °
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 1.6 5 °
PNEG110512L-CR 1.6 5
. PNEG110512R-CR 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 milling  race miliing

Face milling

FMDO02 Kr:67° 0

C
Stock Dimensions [mm] Inserts
Article 3 Teeth | Coupling
R/ L| o0 | @D, | od L | 2y Q
FMDO02-080-A27-PN11-10 [ 80 90.1 27 50 5 10 A 1.3
FMDO02-100-B32-PN11-14 e O 100 110.1 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
oD 80-200
DM6x20A
¢ Screw (wedge) ZONm)
@ Wedge W18N
WT15IT

) Wrench
(wedge)

System code ;}" B26

B60

Grade selection \ZV B24

V.

A N\
Technical info -~

B527

Cuttingdata > B230



Face milling Indexable millin
g

O  Ideal machining conditions PNEG L 1.C S d
€ Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
MiIIing inserts &8 Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N &8 SR
S CCI X OB SEH %
H
o s SssBEoadsas Y nusNnds |5
s | % ol =] = = —l - SES
w005 SSS00000000RBa8c & 28
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
S>> >>>>>>>>>5 |5 [FF
PNEG110512L-PF 16 |75|0
e PNEG110512R-PF 16 |75|0 o
PNEG110512L-PM 16 |75|0 o
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
O Ideal machining conditions PNEG L 1.C S d
€ Normal machining conditions 11 05 54 |15.875| 556 | 464
Mi||ing inserts g% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ORBDBE O S OO OO0 O
M| SB3DHER S DOHRBOO O
K D O O g8
N 8 St
S CCI € O DBHH
H
SO b 8559;5%25%8“‘838%8%; E
S A max — — = ~ — — S o
e BB SSS2580000R0RBR3T [T |28
[ N e N~ e N ~a el e W ='a o B e'a Jfa e B o Ji a'a W 'a i o a M o'a | I~ b [ala)
S>E>>>>>>>>>>>>>>>>= > > >
PNEG110512L-CF 1.6 5 o
. PNEG110512R-CF 1.6 5 °
® 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

©  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 35 bBHBE O S SHBe OO0 O
M| SBDDHR D DHRBOO O
K S O @) o8
N &b SR
S CCI < O& OHH:
H
- e - HEBEERRRE E
S max o — — Bee ~N Q — = S o
b SSSS00 0000003828 | |28
[ea e e e N ~a R o i va R ol aa Jiaa S a JiYo'a MY o a WY 'a Wi o'a Wi o'a WY a'a B 'a ) [l = [a] =)
S>E>>>>>>>>>>>>>>>>5 | |[=>
PNEG110512L-CM 1.6 o
. PNEG110512R-CM 1.6 5 ©
PNEG110512L-CR 1.6 5 o
' PNEG110512R-CR 1.6 °
® 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 Cuttingdata > B230
N
Be62 .




Face milling Indexable millin
g

Face milling

FMDO0O2 Kr:55° 0

g

C D
Stock Dimensions [mm] Inserts
Article S Teeth | Coupling F
R|L @D od L Apimax \\_)
FMD02-080-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 o 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 G 13
FMDO02-315-D60-HN09-44 e} 315 60 63 6 44 D 21.7
® Ex stock o On demand
= With internal cooling
Spare parts
Insert HNEX0905
@D 80-315
DM6x20A
@ Screw (wedge) ZONm)
@ Wedge W18N
| Wrench WT1sIT
(wedge)

Systemcode > B26 Grade selection .~ B24 Technicalinfo > B527 Cutting data B230
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Indexable mllling Face milling

©  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 DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N S SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) Vo= =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
) : HNEX090512-DR 1.2 L)
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B24 Technical info B527 Cuttingdata > B230

Be4

System code . B26



Face milling Indexable millin
g

Face milling

FMDO3 Kr: 60° 0

@D1 i
ap¢ | @D |
% 7 ) @
L S
Pl ,_L| Iyl |rF
e e —
od | '
(@ D
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
RIL| @0 | @D, | od | L | apme Lo‘]
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 45
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 € 6.7 LNKT2007-ZR
FMDO03-200-C60-LN20-10 L] 200 227 60 70 12 10 C 10.5
FMDO03-250-C60-LN20-12 [ 250 276 60 70 12 12 C 134
FMDO03-315-D60-LN20-15 o 315 339 60 80 12 15 D 26.2
FMDO03-125-B40-LN25-05 o 125 154 40 63 16 5 B 45
FMDO03-160-C40-LN25-06 (] 160 189 40 63 16 6 (€ 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 o On demand

* With internal cooling
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Spare parts

Insert LNKT2007-ZR LNKT2510-ZR

) 100-315 125-400
WV | screwlinsert) 160M4x15 160M5x17

(3.4 Nm) (6.7 Nm)

WP | screw (shim) 160M3x7 I60M3.5x10.4
& Shim LLN20R-ZR LLN25R-ZR
A | Wrench (shim) WT09IS WT15IS
A | Wrench (insert) WT151S
P | Wrench (insert WT20IT
System code * B26 Grade selection ,” B24 Technical info 1 B527 Cutting data \\ B230
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Indexable mllling Face milling

O Ideal machining conditions LNKT L S d
€ Normal machining conditions 20 07 20 7.94 4.6
Milling inserts §% Unfavourable machining conditions 2510 25 | 9525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
, P 55 HBDBE O D SHBe OO0 O
=0 M| onoos 8% Go8e00 O
T s
LW -———@—— od} 17+ K 88 O o &
~
I
P N ® a8
L S S CCIR K O&% HHH €&
H
(] oo N NN n ] o =
i - — fe= - m o Isa) n "
ISO w8 A LiglclEl SN SR Sl 28 B =Ml s 5
0832030000080 | |28
[ea e e R o ~a R ~a i ~a o || e Wi~a M a B o'a Mo a B 'a Wi o'a Wi 'a WY a'a B 2 ) [l =z Qe
S>E>>>>>>>>>>>>>>>>5 | [>>
LNKT2007DN-ZR 17 ° ° o )
Lp‘ﬂl LNKT2510-ZR 18 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

Be6



racemiling INdexable milling

Face milling

FMEO2 Kr:75° 0

Turning

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
@D @D, od L Ap max
FME02-050-A22-SP12-04 ° 50 54 22, 40 6 4 A 0.3
FMEO02-063-A22-SP12-05 ° 63 66 22 50 6 5 A 0.6
FME02-080-A27-5P12-06 e 8 8 27 5 6 6 A 09 SPKT1204
- SPKW1204 C
FME02-100-B32-SP12-07 L) 100 103 32 50 6 7 B 1.4 :
FMEO02-125-B40-SP12-08 o 125 128 40 63 6 8 B 25
® Ex stock 0 On demand
* With internal cooling (o)}
=
=
D‘
Spare parts
Insert SPKT1204
SPKW1204
oD 50-125
. 160M5x13.2
v Screw (insert) 67Nm)
(=
© O
O S
. =N
/’ Wrench (insert) WT20IS ==
® S
(]
=E
x
(0]
e
=
System code ) B26 Grade selection ) B24 Technical info ) B527 Cutting data > B230
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Indexable mllling Face milling

©  Ideal machining conditions SPKW L 1.C S d
A €3 Normal machining conditions 12 04 12.7 127 | 476 | 5.56
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= S P DR DBDBE OB S OB OO0 O
£ - I~
= @C77TT M| @ DORODHE B OLRBO0 O
e ~ « - K S O @) EX]
o ol gd -
\‘v,§@o N T Y
o~ ) (=S s 2 08 008
90\« L \l/
H
B &6 NE5RLERRs88028s8gs B |-
0355258005033 82383R3380 |& |28
oo~ o e~ el e sl ca J~al [ J=a i aa B e'a e e B 'a i o a W= s B e 2 ) I~ z (o] '~
SES>S>>S>S>F>>>>>>>>>>5 |5 |55
SPKW1204EDFR o
Q SPKW1204EDSR o
o L —
£
g ® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
C O  Ideal machining conditions SPKT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 476 | 5.56
Mi||ing inserts §%  Unfavourable machining conditions
e SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P 55D DBE O S OHe OO0 O
a M| SBDHEE D DHRBOO0 O
K S O (] &8
N @ SR
S CCI K O&% OHH €
D .
SO SSSQEESSSSSQSSQSSSE E — =
OQ3SS500000383R%3823/5 & 28
[oa g e e R ~a R wa W ca J < | [ Wfe'a [ wa B 'a S« e B ='a S s W e'a J o Y o' ) I~ =z [alya)
S>E>>>>>>>>>>>>>>>>5 | |[>>
c
= SPKT1204EDR o
o5
:
o O
e

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

Index

System code . B26 Grade selection B24 Technical info B527 Cuttingdata > B230
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racemiling INdexable milling

Face milling

58

ap

=
cdiF

il
g"'

e : Y B
od od
C D
Stock Dimensions [mm] Inserts
Article 2 Teeth | Coupling
R|L @D @D, od L A 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 19
FMEO03-125-B40-SP12-08 o o 125 129 40 63 6 8 B 3.5 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 3.3 SPKN1504
FMEO03-160-B40-SP15-10 o O 160 164 40 63 8 10 B 54 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 23.1
® Ex stock o On demand
* With internal cooling
System code B26 Grade selection .~ B24 Technical info B527 Cuttingdata ~ 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
@@ | Adustable LOM5x15.1 LOM5x15.1 LOM5x15.1
screw
0 Cassette (left) LSP12L LSP12L LSP15L
@P | Cassette (right) LSP12R LSP12R LSP15R w
‘:@ Screw (wedge) WM8x17 WM8x22 WM8x22 J
&/ | Wedge (eft) WoaL Wo4L WoaL
@ <
&/ | Wedge (right WO04R WO4R WO04R ’
/>~ W'e”tc:r)("’ca' WT20T WT20T WT20T
| Wrench WT25T WT25T WT25T
(wedge)
O  Ideal machining conditions SPKN L 1.C S
€3  Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [55sEHBDBE O D BHe OO0 |O
M| SBDHER D& DHBE00 O
K D O ( ] &8
N @ SR
S CCI < O HHH: &
H
NF_QEENN—NNNmmonN; E
1SO be [bs| SRR R2ESR]NSRIRIL= |= |55
VUUZSZZ=2Z2000000V0nYaUnUY 9 = N
[ea g~ o el ~a R el ca Ja [ J='a i aa B e'a Jfa a B 'a [ <a Moo i« o Y o'a | I~ =z on
SE>S>>>>>>>>>>>>>>>5 |5 |=>
SPKN1203EDFL 1 |14 °
SPKN1203EDFR 1 (14 o °
SPKN1203EDSKL 1 (14
SPKN1203EDSKR 1 |14 ° o o [}
SPKN1203EDTKR 1 |14 o o
SPKN1504EDFL 1 |14
-—
SPKN1504EDFR 1 (14 o
SPKN1504EDS32PR 1 |14 o o
SPKN1504EDSKL 1 |14
SPKN1504EDSKR 1 |14 ° ° °
SPKN1504EDTKR 1 (14
® 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 SPKR L 1.C S
€ Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &% Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P D85 DE O S SOHBe OO0 O
M| SBDDBR D DOHRBOO O
K S O @) o8
N B SR
S CEI X O HBHD %
H
5o b S5cBoaRsasrnssNnRs |B
e S [ — - = ~ 2 N o — = SiE
O03S=2502000330208200 |0 2]
[oa e e e e R o e oo | aa B ~'a M a'a B ~'a Mo a R 'a Wi 'a R o'a MY c'a B ' | =t =z (ala)]
S>E>>>>>>>>>>>>>>>>5 | |[>>
=== | SPKR1203EDL-GM 1 |14 o
I/ || | SPKR1203EDR-GM 1 14 N
SPKR1504EDR-GM 1 114 o o
SPKR1203EDR 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
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Indexable milling  race miliing

Face milling

FMEO4 Kr:75° 0

L —I
.
od
B
D1 i @D1 |
ap 2D | a} || Q’[D |
NS S e o
N | NIRRT
P 1 N
od od
C D
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
@D | @D, | od L | apma | @) |
FMEO04-125-B40-LN15-06 ® 125 137 40 63 10 6 B 3.8
FMEO04-200-C60-LN15-10 [ 200 208 60 70 10 10 C 9.6
LNKT1506-ZR
FMEO04-250-C60-LN15-12 (] 250 257 60 70 10 12 C 134
FMEO04-315-D60-LN15-16 o 315 328 60 80 10 16 D 25.2

® Ex stock o On demand

> With internal cooling

Spare parts

Insert LNKT1506-ZR
@D 125-315
. 160M4x12
v Screw (insert) 34Nm)
v Screw (shim) 160M3x7
& Shim LLN15-ZR
& | wrench (shim) WT09IS
& | Wrench (insert) WT151S

B72

System code ;}" B26

Grade selection \ZV B24
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Face milling Indexable millin
g

O  Ideal machining conditions LNKT L S d
€ Normal machining conditions 1506 |15.875| 6.35 4.6
MiIIing inserts &8 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
_ P BORBDBE O S SOHBe OO0 O
- ) M| SBOHER D OHRBO0 O
=TT
LW --——@—— od] 11 K 8% O o %
~4
| B N e o
L S S CCI X OB SEH %
H
1SO W 85525533588(:83888%; k‘-"_{' - =
T ICB3SS2080608308283R3380 |& 2R
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>= > > >
L‘(] LNKT1506EN-ZR 14 ° O e 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
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Indexable milling Frace miling

Face milling

o @D .
£ ==
c a,
5 L
= Fr—\7T 1
od
A
i oD ' @D \
B a%_{ CiCiuiCRniicE a,
4 N S : TV N e
RN R 1 S 7
T o | T | ed
C D
(@]
=
§ Stock Dimensions [mm] Inserts
Article ] Teeth | Coupling
R|L| @D od L T
—
FMP01-080-A27-TP22-04 ° 80 27 50 18 4 A 1.2
FMPO01-100-B32-TP22-06 ° 100 32 50 18 6 B 1.7
C 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 123
e FMP01-315-D60-TP22-20 o o 315 60 70 18 20 D 21.9
é ® Ex stock 0 On demand
a * With internal cooling
Spare parts
D Insert TPKN2204 TPKN2204
oD 80-100 125-315
@ | dustable LOM5x15.1 LOMS5x15.1
screw
= @ | Cassette (eft) LTP4L1 LTP4L
© O _
2%
€ g @ | Cassette (right) LTP4R1 LTP4R '< -
u S
o O
= "'_E w Screw (wedge) WM8x17 WM8x22 b
Py
& | Wedge (eft) Wo4L WoaL
&/ | Wedge ight WO4R WO04R ’.
E | Wrench (loca- WT20T WT20T
tor)
P Wrench WT25T WT25T
(wedge)
b
()
©
=
System code B26 Grade selection \ B24 Technical info B527 Cutting data , B230
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Face milling Indexable millin
g

O  Ideal machining conditions TPKN L IL.G S
€ Normal machining conditions 22 04 22 127 476
MiIIing inserts &8 Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N &8 SR
S CCI X OB SEH %
H
,m be |bs|on |85 585558888825 |B
e | bs |an ol =] = = = — S E
O03SSS52000830RB8R0c | 2]
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>5 |= > >
TPKN2204PDFR 14 (0.7 (11° () [
TPKN2204PDS32PR 14 107 ]11° o o
TPKN2204PDSKL 14 (0.7 (11° o
== | TPKN2204PDSKR 14 |0.7]11° o e o o o o
TPKN2204PDTKR 14 (0.7 (11° [ ]
® 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 Cuttingdata ~ B230
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Indexable mllling Face milling

Face milling

Dimensions [mm] Inserts
Article sz | Stock o0 o ) - Teeth Coupling \‘ ol
\___ 4
FMP02-050-A22-SE09-05 ° 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C £ ° 50 22 40 6.7 5 A 0.3
FMP02-063-A22-SE09-06 ] 63 22 40 6.7 6 A 0.5
FMP02-063-A22-SE09-06C 3 ° 63 22 40 6.7 6 A 0.5
FMP02-080-A27-SE09-08 ° 80 20 50 6.7 8 A 0.9
FMP02-100-B32-SE09-08 o 100 32 50 6.7 8 B 1.7 STt
FMP02-100-B32-SE09-10 o 100 32 50 6.7 10 B 17
FMP02-100-B32-SE09-10C £ o 100 32 50 6.7 10 B 1.2
FMP02-125-B40-SE09-12 ° 125 40 63 6.7 12 B 2.6
FMP02-125-B40-SE09-12C £ o 125 40 63 6.7 12 B 26
FMP02-050-A22-SE12-03 o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-03C h £ o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 ° 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-04C 3 ° 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 £ o 50 22 40 10.8 5 A 0.2
FMP02-063-A22-SE12-04 o 63 22 40 10.8 4 A 0.4
FMP02-063-A22-SE12-05 ° 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-05C 3 ° 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-06 ° 63 22 40 10.8 6 A 0.4 SEET1203
FMP02-063-A22-SE12-06C 3 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 2/ 50 10.8 6 A 0.8
FMP02-080-A27-SE12-06C 3 ° 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-08 ° 80 27 50 10.8 8 A 0.8
FMP02-080-A27-SE12-08C £ o 80 27 50 10.8 8 A 0.8
FMP02-100-B32-SE12-05 ° 100 32 50 10.8 5 B 1172
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 162
® Ex stock o0 On demand
*¥ With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Face milling Indexable millin
g

Dimensions [mm] Inserts
Article st | Stock Teeth Coupling
@D od L B max I «d 5@
FMP02-100-B32-SE12-10C sk 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 b3 o 125 40 63 10.8 8 B
FMP02-125-B40-SE12-12 ° 125 40 63 10.8 12 B 29
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 (€ 3.9
FMP02-250-C60-SE12-12 o 250 60 63 10.8 12 C 11,7
FMP02-250-C60-SE12-18 ° 250 60 63 10.8 18 C 109
FMP02-315-D60-SE12-24 o 315 60 63 10.8 24 D 216
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SEET09T3 SEET1203 SEET1203
@D 50-125 50 63-315
v T 160M3x7 160M3.5x10 160M3.5x12
(1.8 Nm) (2.7 Nm) (2.7 Nm)
YW | screw (shim) SM5X7XA
Shim S12BSX
¢ | Wrench (shim) WH35L
/ﬁ Wrench (insert) WTO09IS WT15IS WT15IS
O Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
Milling inserts §% Unfavourable machining conditions 1203 |13.308/13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
n P BORBDBE OB B OB OO0 O
oo = M| OB30B 8% B0BB00 O
~HX K 8% O O e
Ol oo
: N e Y
g = s o o 0B OO0 o
90° L
H
M — — - =
IS0 r |I928R80308588588888832 |2 |53
JUUS=S0000U00URAVLRIUAVY |U =&
[ Qe N R e N~ el ca el o Je'a i aa B e'a S a B c'a Jif s W o'a [ e a M c'a | I~ =z [ala)
SE>>>>>>>>>>>>>>>>5> |5 |>>
SEETO9T308PER-APF 0.8 o °
=)

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

Systemcode > B26 Grade selection .~ B24 Technicalinfo » B527 Cutting data B230
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Indexable mllling Face milling

©  Ideal machining conditions SEET L .C S d
€3 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
. P DR DBDBE OB SR SHBHL OO0 O
. i M| SBDHBER D& BHBBRROO O
~
ﬂ@§ K o® O o #
% N 8 BB
N s S CCI < OB BBHL €@
90° L
H
150 NssRrooafsesdnsgangls |5
P SS9 = no b ==
O83SS2530000N02680a o |28
oo~ o e~ el e sl ca J~al [ J=a i aa B e'a e e B 'a i o a W= s B e 2 ) I~ z (o] '~
S>> 5F |5 |55
SEETO9T308PER-APM 0.8 o °
6. f
SEETO9T308PER-APR 0.8 o o
o SEET120308PER-APF 0.8 o o °
N> | SEET120308PER-APM 08 o o o
SEET120308PER-APR 0.8 ° o °
SEET120308-LH 0.8 [oJe) )
()
A\ 4
SEET09T308PER-PF 0.8 o
M «© ! SEET120308PER-PF 08 |o
ﬂ SEETO9T308PER-PM 0.8 o o
€. SEET120308PER-PM 08 |o ocooo| oo o
SEET09T308PER-PR 0.8
€. | SEET120308PER-PR 08 |o 0oo| oo o
A4
@ Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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Face milling Indexable millin
g

Face milling

Stock Dimensions [mm] Inserts
Article s el ao o ) - Teeth | Coupling LO.’I
FMP03-050-A22-LN12-04C ke 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 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 e 63 27 50 7 6 A 0.65 SRl Hecerons
FMP03-063-A27-LN12-07C *® o 63 27 50 7 7 A 0.64
FMP03-080-A27-LN12-06C *ooe 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 o 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 ° 125 40 63 12 6 B 32
FMP03-160-C40-LN15-08 - ° 160 40 63 12 8 C 5.1
FMP03-160-C40-LN15-09 o 1 6040 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 25060 70 2 12 C 12.2
FMP03-250-C60-LN15-13 ) o 250 60 70 12 13 C
FMP03-315-D60-LN15-16 mo 31560 80 i 16 D 23.7
FMP03-125-B40-LN20-06 o ------------ 12540 63 16 6 B 3.3
FMP03-160-C40-LN20-08 e 160 40 63 16 8  C 53
FMP03-200-C60-LN20-10 ° 20060 70 16 10 C 8.8
FMP03-200-C60-LN20-11 o 200 60 70 16 11 C S
FMP03-250-C60-LN20-12 o ------------ 2 5060 ------ 70 16 12 C 14
FMP03-315-D60-LN20-15 ¢ c-> ------------ 3 156080 -------- 1 6 ________ 1 5 D 239
FMP03-125-B40-LN25-05 o 125 40 63 20 5 B 3
FMP03-160-C40-LN25-06 o o 1 6040 ) 63 20 6 C 5:1
FMP03-200-C60-LN25-08 o 2 0060 '''''' 70 20 8 C 89 LNKT2510-ZR
FMP03-250-C60-LN25-10 . e 6 2 50607020 ........ 1 0 (€ 12
FMP03-315-D60-LN25-12 < o o 315 60 80 20 12 D 21.9
® Ex stock 0 On demand
*% With internal cooling
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Spare parts
Insert LNKT120608-ZR | LNKT1506EN-ZR | LNKT2007DN-ZR | LNKT2510-ZR
oD 50-100 125-315 125-315 125-315
v SerEw(iiasrn 160M4x12 160M4x12 160M4x15 160M5x17
(3.4Nm) (3.4 Nm) (3.4 Nm) (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
/x Wrench (insert) WT20IT
LNKT L S d
12 06 12.7 6.65 4.4
O Ideal machining conditions 1506 |15.875| 6.35 4.6
€ Normal machining conditions 20 07 20 7.94 4.6
MiIIing inserts g8 Unfavourable machining conditions 2510 25 | 9525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
, P DR BDBE D S OB OO0 O
i ) M| SBDHER D OLRBO0O O
w --——@—— od] 113 K 0% O o 2
—I—k\l
' o N ® o
L S S CCI < O%G DHH %
H
150 wlissBrandcasde8g8nns (B |-~
T IC83S520800083082830288 (& 2R
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>>S>S>>>>F>S>>>>>>>5 |5 |55
LNKT120608-ZR 12 |e@ [ °
L.o“‘1 LNKT1506EN-ZR 14 ° ceee
LNKT2007DN-ZR 17 @ °
LNKT2510-ZR 18 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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Face milling Indexable millin
g

Face milling

Dimensions [mm]

Inserts

; & :
Article sie | Stock o0 o e Teeth Coupling ‘
FMP12-050-A22-WNO06-05C £ o 50 22 5.7 5 A 0.55
FMP12-063-A22-WN06-06C S [ ] 63 22 5.7 6 A 0.45
FMP12-080-A27-WN06-07C 3 ° 80 27 5.7 74 A 1
FMP12-100-B32-WNO06-09 ° 100 32 5.7 9 A 1.4 WNHU0604
FMP12-100-B32-WN06-09C e ° 100 32 5.7 9 A 1.4
FMP12-125-B40-WNO06-11C £ o 125 40 5.7 1 B 34
FMP12-160-C40-WNO06-14 o 160 40 5.7 14 C 54
FMP12-063-A22-WN08-04C b ° 63 22 7.7 4 A 0.39
FMP12-063-A22-WN08-05C x L] 63 22 7.7 5 A 0.45
FMP12-080-A27-WN08-05C % ° 80 27 7.7 5 A 0.95
FMP12-100-B32-WNO08-06 ° 100 32 717 6 B 1.32
FMP12-100-B32-WN08-06C £ ° 100 32 7 6 B 1.32
FMP12-125-B40-WN08-08C * o 125 40 77/ 8 B 3.3 WNHU0806
FMP12-160-C40-WNO08-10 le] 160 40 7.7 10 C 5.2
FMP12-200-C60-WNO08-12 o 200 60 7T 2 C
FMP12-250-C60-WNO08-14 o 250 60 7.7 14 C
FMP12-315-D60-WN08-18 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 {isert) 160M3x9 160M4x10
(1.8 Nm) (3.4 Nm)
/ﬁ Wrench (insert) WTO09IS
P | 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
€ Normal machining conditions 06 04 | 573 | 9.525 | 4704 | 35
Milling inserts §%  Unfavourable machining conditions 0806 | 776 | 127 | 632 | 44
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BORDBDBE O S OB OO0 O
M| SBRDDBER D OHRBO0 O
K D% O O &8
N @ SR
S CC < O%B DOHBHB
H
m o o N NN wn o~ o =
Ne= =0 = = pali = N I B
1SO oooﬂﬂ'—”}gmggo-—oomoomg \n - =
O00=5208003323323230 |& 28]
[ea e e e ~a R o R e i =a || e Jiaa N2 Ji~'a MY a R ~'a Wi 'a R o'a MY a B o' ) [l < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 [F>
WNHUO060404PNR-GM 0.4 o o o
WNHU060408PNR-GM 0.8 ° o o o
WNHUO080608PNR-GM 0.8 ® ° °
WNHU080616PNR-GM 1.6 o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
N
Bs2 ‘



Face milling Indexable millin
g

Face milling

oD () od
S
— L L
Dimensions [mm] Inserts
Article stz | Stock Teeth Coupling
@D od L, L. B iviax ‘
FMP12-025-XP25-WN06-02C *® 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-WN06-04C x o 40 32 40 140 5,7 4 XP 0.85
FMP12-050-XP40-WN06-05C x o 50 40 40 169 5.7 5 XP 1.59
@ Ex stock o On demand
= With internal cooling
Spare parts
Insert WNHU0604
oD 25-50
: 160M3x9
v Screw (insert) (18Nm)
/
o
A | Wrench (insert) WT09IS
N 3 N S N\ " N\
Systemcode .~ B26 Grade selection .~ B24 Technicalinfo . B527 Cuttingdata ~ B230
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Indexable mllling Face milling

©  Ideal machining conditions WNHU L IC S d
€3 Normal machining conditions 06 04 | 573 | 9525|4704 | 35
MiIIing inserts §%  Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N S SR
S CCI < O%G DOHH
H
150 NssRrooafsesdnsgangls |5
¢ ) S oo no D = =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
WNHU060404PNR-GM 0.4 o o o
‘ WNHU060408PNR-GM 0.8 s oo o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
N
Bs4 v



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
I1SO 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

C8s
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Indexable mllling Face milling

Face milling

FMWX 0

@D1
2D
apy ||
2 | 1
R
L E)
e i @
| 4 I
[}
L
led |
Screw Clamping
Dimensions [mm] Inserts
Article sie | Stock Teeth Coupling —
oD, | od L | S =
FMWX-050-A22-XE12-04C £ o 46 22 40 0.1 4 A 0.3
FMWX-063-A27-XE12-04C £ o 59 27 40 0.1 4 A 0.5
FMWX-080-A27-XE12-04C 3 o 76 27 50 0.1 4 A 1 XEEC1209
FMWX-100-B32-XE12-06C S 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 0 On demand
** With internal cooling
Spare parts
Insert XEEC1209
oD 50-125
X 160M4x10
v Screw (insert) (34Nm)
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

Bs6



Face milling Indexable millin
g

O  Ideal machining conditions XEEC
€ Normal machining conditions 12 09
MiIIing inserts &8 Unfavourable machining conditions
XE** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
\ N &8 SR
3 S CCI X OB SEH %
H
SO 85525533588(:83888%; k‘-"_{' - =
CB35508000830823R3380 |& |28
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>= > > >
XEEC120904 [
-
® 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 Cuttingdata ~ B230
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Indexable milling  race miliing

Face milling

()]
£
<=
=
}_.
ap
o o ]~
B =l
I
(@]
=
E Dimensions [mm] Inserts
Article sz | Stock Teeth
R | o0 | od | L L | 2y @
FMR01-025-XP20-RC10-02 o 5 25 20 30 100 5 2 0.2
FMRO01-025-XP20-RC10-02C b o 5 25 20 30 100 5 2 0.2
RCKT10T3
C FMRO01-032-XP25-RC10-02 ° 5 32 25 35 120 5 2 0.5
FMRO01-032-XP25-RC10-02C b ° 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 o 6 40 32 40 120 6 3 0.7
. RCKT1204
FMRO01-040-XP32-RC12-03C S o 6 40 32 40 120 6 3 0.7 RCGX1204
e FMRO01-050-XP32-RC12-03 ° 6 50 32 40 120 6 3 0.8
é ® Ex stock o0 On demand
a * With internal cooling
Spare parts
RCKT1204
D Insert RCKT10T3 oy
oD 25-32 40-50
160M4x8.4 160M3.5%10
= :
=5 v Screw (insert) (3.4 Nm) 2.7 Nm)
2 ®
< £
o O
=z
& | Wrench (insert) WT155 WT155
x
(3}
©
=
System code ;}" B26 Grade selection > B24 Technical info :}v B527 Cutting data —:“/ B230

N
- <



racemiling INdexable milling

O  Ideal machining conditions RCKT 1.C S d
€ Normal machining conditions 10 T3 10 397 4.4
Milling inserts §%  Unfavourable machining conditions 12 04 12 | 476 4
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N 8 SR
S CCI X OB SEH %
H
o NS RRERNSSSYnselnds & oo
CB35508000830823R3380 |& |28
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
SE>>>>>>>>>>>>>>>>= > > >
RCKT10T3MO-DM o o ® O
‘o’ RCKT1204MO-DM @ o o @ O o ® O
P RCKT1204MO-DR 0Oo0o o e °
RCKT1204MO-ER °
i 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 12 476 4
Milling inserts g% Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORDBDBHE O SR DO OO0 O
e M| S830S8 o8 908800 O
K S O @ EX
N & D
S CCI K O&B DD €&
H
(3] oo o NN n [ o <
o — o] — 1= = o [t o I o [ T B T
1SO ooo”‘mmﬂmggo-—ooNoomﬂ n - =
0835550800033 0R323/ |& 28
(oo gea e N o s W wa e} fwa W e'a i aa Be'a ffa « B 'a Qi o W o'a [ s a R c'a |l I~ =z [ala)
S>E>>>>>>>>>>>>>>>>= > > >
RCGX1204MO-LH °

® 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 Cuttingdata ~ B230
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Indexable mllling Face milling

Face milling

\ W
. _

P,

®!
A‘\

s

B9o

C
Dimensions [mm] Inserts
: §is : '
Article sz | Stock R o0 o ) e Teeth | Coupling @
FMR02-050-A22-RC12-05C R ° 6 50 22! 40 6 5 A 0.7
FMR02-050-A22-RC12-06C x o 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 £ L 6 63 22 40 6 5 A 0.7 RCKT1204
FMR02-063-A22-RC12-06 . 6 63 22 40 6 6 A 0.7 RCMWT204
FMR02-063-A22-RC12-06C * ° 6 63 22 40 6 6 A 0.7
FMR02-080-A27-RC12-07C b ° 6 80 27 50 6 7 B 0.7
FMR02-100-B32-RC12-08C £ (] 6 100 32 50 6 8 B 0.89
FMR02-063-A22-RC16-04 ° 8 63 22 40 8 4 A 0.7
FMR02-063-A22-RC16-04C £ o 8 63 22! 40 8 4 A 0.7
FMR02-063-A22-RC16-05C S o 8 63 22 40 8 5 A 0.7
FMR02-066-A27-RC16-05C(FB) * (] 8 66 27 50 8 5 A 0.5
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 1.2 RCKTT606
FMR02-100-A32-RC16-06C £ 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 £ o 8 125 40 63 8 7 B 25
FMR02-160-B40-RC16-10(FB) o 8 160 40 63 8 10 B 3.94
FMR02-200-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) x o 10 80 27 50 10 4 A 0.7
FMR02-100-B32-RC20-05 ° 10 100 32 63 10 5 B 1.2
FMR02-100-B32-RC20-06 ° 10 100 32 63 10 6 B 1.2 RCKT2006
FMR02-100-B32-RC20-06C b o 10 100 32 63 10 6 B 1:2
FMR02-125-B32-RC20-05 o 10 125 32 63 10 5 B 1.2
FMRO02-125-B40-RC20-06 ° 10 125 40 63 10 6 B 1.2
® 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 3 A
' R | @D | od | L | ayme @
FMR02-125-B40-RC20-07 ° 10 125 40 63 10 7 B 2:2
FMR02-125-B40-RC20-07C S o 10 125 40 63 10 7 B 22
FMRO02-160-B40-RC20-08 @& 10 160 40 63 10 8 B 4.2 g
RCKT2006 c
FMR02-160-B40-RC20-08C £ o 10 160 40 63 10 8 B 4.2 =
FMR02-250-C60-RC20-10 ° 10 250 60 63 10 10 C 8.49 =
FMR02-250-C60-RC20-11 o 10 250 60 63 10 1 C 8.37
® Ex stock o On demand
s With internal cooling
Spare parts
RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006 o))
RCMW1204 £
oD 50-100 63-200 80-250 g
W | screw insert 160M3.5%10 160M5x13 143M6x16 | « D
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
/>~ Wrench (insert) WT20IT WT25IT
(*)]
£
a
©
>
=
e
o
|_
x
)
©
=
N 3 N S N\ " N\
Systemcode .~ B26 Grade selection .~ B24 Technicalinfo . B527 Cuttingdata ~ B230
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Indexable mllling Face milling

RCKT LG S d
O Ideal machining conditions 12 04 12 4.76 4
€3 Normal machining conditions 16 06 16 6.35 | 5.56
Milling inserts g8 Unfavourable machining conditions 2006 | 20 | 635 | 6.55
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P oonoon ¢ o% o068 00 |0
M| SBDHR D& DHe00 O
K D O O &8
N L SR
S CCH < O% OHH €k
H
150 eI P LR i e e
03555800033 8238323380 |& |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>SSE>S>SS>S>>>S>>>>>5 |5 |5
RCKT1204MO-DM o o O @ O o ® O
RCKT1606MO-DM o ° °
RCKT2006MO-DM o
RCKT1204MO-DR o o o °
RCKT1606MO-DR e O °
RCKT2006MO-DR e O e o o
RCKT1204MO-ER °
RCKT1606MO-ER °
RCKT2006MO-ER ®
RCKT1204MO-NM
RCKT1606MO-NM
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

System code

B92



racemiling INdexable milling

O  Ideal machining conditions RCGX 1.C S d
€ Normal machining conditions 12 04 12 476 4
Milling inserts &8 Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P BBHBHBE D S SOHBe OO0 O
BI.C - M| SBOSS B% S8%800 O
od] |- K 8% O e %
o N B SR
—
S CEI X O HBHD %
H
o NcsRrEaNN 88 n8geannEs |b
NN i =] = = o I o N 0 = =
O03S=250200033028200 |0 2]
[oa e e e e R o e oo | aa B ~'a M a'a B ~'a Mo a R 'a Wi 'a R o'a MY c'a B ' | =t =z (ala)]
S>E>>>>>>>>>>>>>>>>5 |5 >
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 Cuttingdata ~ B230
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Indexable milling  race miliing

Face milling

/ ©
\ od
> o0 )
3 ﬁ 4 L1
(o ] :
Dimensions [mm] Inserts
Article sz | Stock Teeth
R @D od L, 1L A rmax e
FMRO03-016-XP16-RD08-02 o 4 16 16 25 100 4 2 0.1
FMRO03-025-XP25-RD08-02 ° 4 25 25 30 100 4 2 0.3 RD**0803
FMRO03-025-XP25-RD08-02C £ o 4 25 25 30 100 4 2 0.3
FMRO03-032-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 Screwinsert) 160M3x7 160M4x10 160M4x10
(1.8 Nm) (3.4 Nm) (3.4 Nm)
;/ Wrench (insert) WTO09IP WT15IP WT15IP
> B26 Grade selection \ZV B24 Technical info :}v B527 Cutting data —:“/ B230

Bo4
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Face milling Indexable millin
g

O  Ideal machining conditions RDKT
€ Normal machining conditions 10 T3
Milling inserts &8 Unfavourable machining conditions 12 04
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N 8 SR
S CCI X OB SEH %
H
o N55BEEoRz8302838ag5 |5 |z
CB35508000830823R3380 |& |28
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
SE>>>>>>>>>>>>>>>>= S
RDKT10T3MO-MM o
e RDKT1204MO-MM o
® 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 08 03 8 3.18 34
§% Unfavourable machining conditions 103 10 3.97 4.4
Milling inserts 12 04 12 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
& P DR BDE O S OO OO0 O
M| SBDBR D OHRBO0 O
e K D O @) &8
© wod
N St St
M 15 S % OB HBBB %
H
o N REaR s 8 YnRE B |-o
O03SSS58000000R8308/0 [T 2R
[~ N e el -~ a i ~aJir~a ) fea W =a i aa Je'a e a B e i s W o'a s a B e'a | I~ =z [ala)
SE>>>>>>F>>>>>>>>>>5 |5 >
RDKW0803MO ° o
a RDKW10T3MO ® O o ® O o
s RDKW1204MO ° o e o o0
® 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 milling  race miliing

Face milling

Dimensions [mm] Inserts
Article sz | Stock Teeth
R @D od L, L ; S— &
FMR03-015-G16-XS-RD0702-02 ° 35 15 16 40 88 35 2
FMR03-015-G16-XS-RD0702-02C S o 35 15 16 40 88 3.5 2
FMR03-015-G16-S-RD0702-02 ° 3.5 15 16 60 108 35 2
FMR03-015-G16-S-RD0702-02C S o 3.5 15 16 60 108 35 2 RDKWO0702
FMR03-015-G20-M-RD0702-02 ° 35 15 20 80 130 35 2
FMR03-015-G20-M-RD0702-02C * o 35 15 20 80 130 35 2
FMR03-015-G25-XL-RD0702-02C £ o 3.5 15 25 120 176 35 2
FMR03-020-G20-XS-RD1003-02C sk o 5 20 20 40 20 5 2
FMR03-020-G20-S-RD1003-02C £ o 5 20 20 60 110 5 2
FMR03-020-G25-M-RD1003-02C S o 5 20 25 80 136 5 2 RDKW1003
FMR03-020-G25-L-RD1003-02C £ o 5 20 25 100 156 5 2
FMR03-020-G25-XL-RD1003-02C b 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) I6OM35x6.5TT
(27Nm)
v Screw (insert) 2350
(1.0Nm)
¢ | Wrench (insert) wT10IP
y/ Wrench (insert) WTO7P

Bo6

System code ;}" B26

Grade selection \ZV B24

V.

A N\
Technical info -~

B527

Cuttingdata > B230



Face milling Indexable millin
g

O  Ideal machining conditions RDKW 1.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts &%  Unfavourable machining conditions 10 03 10 318 | 39
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |DBHBHBE D B DO OO0 O
M| SBBDDBEH B DOHBOO O
K S O [ ] g8
ad
N &8 St
15 S % © 08 NBBB $
H
o NssBnaoflcasenssanns B |-
8355508000833 323235 |& 2]
[ea e e e o o iy ea <o)l Waa Ji~a Jiaa B o'a B~ a R 'a Wi 'a R 'a N o'a R 2 ) Pl =z [ala]
SE>>>>>FI>>>>>>>>>>5 |5 |F>
RDKW0702MO-1 ° o °
RDKW0702MO-2 °
Q RDKW1003MO-1 o e o o0
o RDKW1003MO-2 °
RDKW1003MO-3 ° °
® Ex stock o0 Ondemand 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 milling  race miliing

Face milling

Turning

Milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
R @D od L Ao 9
FMR04-050-A22-RD12-03 ° 6 50 22! 40 6 3 A 0.3
RD**1204
FMR04-063-A22-RD12-04 [ 6 63 22 50 6 4 A 0.5
FMR04-080-B27-RD16-05 ° 8 80 27 50 8 5 B 152
RD**1605
FMR04-100-B32-RD16-06 ° 8 100 32 50 8 6 B 1
FMRO04-100-B32-RD20-06C x o 10 100 32 50 8 6 B 1
FMRO04-125-B40-RD20-06 o 10 125 40 63 10 6 B 1.9
g RD**2006
o FMRO04-125-B40-RD20-06C B (] 10 125 40 63 10 6 B 1.9
é FMR04-160-B40-RD20-07 le] 10 160 40 63 10 7 B 37
5 @ Ex stock o On demand
> With internal cooling
D Spare parts
Insert RD**1204 RD**1605 RD**2006
oD 50-63 80-100 100-160
8 camp WD-204 WD-207
= =
S = 160M4x10 160M5x13
O =
€ g WP | screw (camp) (3.4Nm) (6.7 Nm)
©) = 160M3.5x10 160M5x13 143M6X16
5 )
o W | screw (insert) (2.7 Nm) (6.7 Nm) (9.1 Nm)
¢ |Wrench (clamp) WT15IP
/% Wrench (clamp) WT20IT
E 5/ Wrench (insert) WT15IP
| Wrench (insert) WT20IT WT25IT
=
[}
©
=
System code ; B26 Grade selection \ B24 Technical info \A B527 Cutting data // B230
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Face milling Indexable millin
g

Milling inserts

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

RDKT
12 04

RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |DBHBHBE D B DO OO0 O
M| SBBDDBEH B DOHBOO O
gd K S O [ ] o8
, N &8 St
S CCI X OB HBHHB @
H
150 NssBnaoflcasenssanns B |-
CB3S5208G50328R23R3|5 |& |28
[ea e e e o o iy ea <o)l Waa Ji~a Jiaa B o'a B~ a R 'a Wi 'a R 'a N o'a R 2 ) Pl =z [ala]
S>E>>>>>>>>>>>>>>>>> > > >
RDKT1204MO-MM o

® 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 12 476 4.4
&8 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
P [GORBDE D S OO 00 O
M| SBDDBR S OHRBO0 O
K D O @) &8
N St St
S CCI K O% HOHH =
H
150 NssBnnoflcasenssanns B |-
CB355508G00338R238233|5 |& |28
(e = e e ~a = a iy ~a <o)l ol a Ji~a Ji~a MiYa a R e WY o'a R e N e'a Yo'} Pt < [ala)
S>> >>>>>>>>5 |5 [FF
RDKW1204MO ° o e ® O e @ O
0 RDKW1605MO o o o o
-/ RDKW2006MO o o o
RDKW2006MO-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
System code B26 Grade selection Technical info B527 Cutting data B230
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Indexable mllling Face milling

Face milling

Turning

(@]
=
g Dimensions [mm] Inserts
Article sz | Stock Teeth
R @D od L Bp max 3
FMRO04-042-A16-RD1003-06 [} 5 42 16 44 5 6
FMRO04-042-A16-RD1003-06C b ° 5 42 16 44 5 6
RDKW1003
C FMRO04-052-A22-RD1003-07 o 5 52 22 50 5 7
FMRO04-052-A22-RD1003-07C £ ° 5 52 22 50 5 7
FMRO04-042-A16-RD12T3-05 o 6 42 16 42 6 5
FMRO04-042-A16-RD12T3-05C £ ° 6 42 16 42 6 5
- FMRO04-052-A22-RD12T3-05 o 6 52 22 50 6 5
= FMRO04-052-A22-RD12T3-05C 3 ° 6 52 22 50 6 5
= RDKW12T3
5 FMRO04-066-A27-RD12T3-06 [¢) 6 66 27 50 6 6
FMRO04-066-A27-RD12T3-06C £ ] 6 66 27 50 6 6
FMRO04-080-A27-RD12T3-07 o 6 80 27 50 6 7
FMRO04-080-A27-RD12T3-07C *® ° 6 80 27 50 6 7
FMRO04-052-A22-RD1604-04 o 8 52 22 50 8 4
D FMRO04-052-A22-RD1604-04C X ° 8 52 22 50 8 4
FMRO04-066-A27-RD1604-05 o 8 66 27 50 8 5
FMRO04-066-A27-RD1604-05C S [} 8 66 27 50 8 5
- FMR04-080-A27-RD1604-06 o 8 80 27 52 8 6
'_3 -g FMRO04-080-A27-RD1604-06C £ ° 8 80 27 52 8 6 RDKW1604
= ©
_E = FMRO04-100-B32-RD1604-07 [¢) 8 100 32 52 8 7
u S
lg ,.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
FMRO04-160-B40-RD1604-09C £ ° 8 160 40 52 8 9
® Ex stock 0 On demand
E ** With internal cooling
X
[}
©
=
System code . B26 Grade selection B24 Technical info B527 Cuttingdata > B230

N
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Face milling Indexable millin
g

Turning

Milling

N

Drilling

O

Technical
Information

Spare parts
Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-160
(1) Clamp WX16N
. Clamp LOM3.5x7.1
v Screw (clamp) 160M4.5x10
(50Nm)
w Screw (insert) GOMA5XGSTT
(27Nm)
v T 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
P | Wrench (insert WT20T WT20T
RDKW 1.C S d
O  Ideal machining conditions 10 03 10 3.18 | 39
€3 Normal machining conditions 12|18 12 3.97 3.9
MiIIing inserts g% Unfavourable machining conditions 16 04 16 4.76 5.2
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [ODRHBDBE O S SHBHe OO0 O
M| SB3DDBER S OHRBOO O
K D O O &8
ad
N D L
13 S % B OB BB ©
H
50 SssRnmagsasvnesyngs |5
a N =y h=q = ~ — — o o
0325000000 RB30/0 [T |28
[ea e e o o R ~a iy va i wa | e Qi Jiaa B ~a MY~ a R a Wi 'a S 'a MY o'a B 2 | P4 =z [ala)
SE>S>S>>>>>E5S>>>>5>>>5 |5 |55
RDKW1003MO-1 o e e} o e
RDKW1003MO-2 °
RDKW1003MO-3 °® )
RDKW12T3MO-1 o e o o0
Q RDKW12T3MO-2 ° o
s RDKW12T3MO-3 [} °
RDKW1604MO-1 ° o e o 0
RDKW1604MO-2
RDKW1604MO-3 o ° ° ° °
® Ex stock o0 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

B10o1
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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

<
B102 >



Square shoulder milling Indexable milllng

Square shoulder milling

ap<_
/ oD| S ] od
\f‘ ) \/ L1
¢ ) a‘ L
' Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L, L - g
EMP01-012-G12-AP07-02C ES ° 12 12 25 75 6.4 2 0.31
EMP01-014-G16-AP07-03C x ° 14 16 25 85 6.4 3 0.61 APKT0702
EMP01-016-G16-AP07-04C x ° 16 16 30 90 6.4 4 0.75
EMP01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 o1
EMP01-016-G16-AP11-02 ° 16 16 25 90 10.5 2 0.1
EMP01-016-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 AR
EMP01-025-G25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C S o 25 25 35 115 10.5 3 0.4
EMP01-025-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
EMP01-025-G25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMP01-025-G25-AP16-02C * ° 25 25 35 115 1535 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
EMP01-040-G32-AP16-03 ° 40 32 42 130 15.5 3 0.7 APKT1604
EMPO01-040-G32-AP16-03C £ ° 40 32 42 130 155 3 0.7
EMPO01-040-G32-AP16-04C b o 40 32 42 130 15.5 4 0.8
EMP01-050-G32-AP16-05 ° 50 39 45 135 155 5 1
EMP01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 14
® Ex stock © On demand
* With internal cooling

System code B26 Grade selection .~ B24 Technical info B527 Cuttingdata ~ B230
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Indexable mllling Square shoulder milling

Spare parts
Insert APKT0702 APKT11T3 APKT1604
oD 12-25 12-32 25-63
v Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4Nm)
v Screw (insert) I60M2.556.5T \
(10Nm) R
¢~ | Wrench (insert) WTO5IP WT08IP @“
o
& | Wrench (insert) WT155
APKT L S d
O Ideal machining conditions 07 02 | 426 | 238 2
€3 Normal machining conditions 1173 | 1224 | 36 28
Milling inserts g8 Unfavourable machining conditions 16 04 |17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
] s P 3D BDBE D S 88N OO0 O
% p—— M| ©GBDDBH B DOHBROO O
e o i K 8% o O %
! 17 N & SR
8g° L s 8 B 00 SO0 &
H
50 lwlessBgEadsastnegsans B |- -
T 1008555582223888¢82¢82 ¢ 28
S>ES>>>>>>>>>>>>>>>>5> |5 |>>
APKT11T304-ALH 04 | 65 ° o o
M APKT11T308-ALH 08 | 6.5 @ o e
APKT160408-ALH 0.8 |19.33 ° o o
APKT11T304-APF 04 | 65 °
f! APKT11T308-APF 08 | 6.5 o ° o
APKT160408-APF 0.8 1933 o ® O
APKT070204-APM 04 691 °
APKT11T304-APM 04 | 65 # ° °
APKT11T308-APM 0.8 | 6.5 ° ° o ° o
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 1.6 | 6.5 ° [} °
@&V | apxt1T320-8PM 2 |65 . . .
APKT160408-APM 0.8 |9.33 ® o0 o ° o
APKT160416-APM 1.6 |9.33 ° ° °
APKT160420-APM 2 1933 ° o @
APKT160424-APM 24 /933 ° [ °
APKT160430-APM 3 1933 @ °
APKT11T304-LH 04 | 65 o O
& APKT11T308-LH 08 | 65 o e
APKT160408-LH 0.8 |19.33 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 Cuttingdata > B230

<>
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Square shoulder milling Indexable milllng

APKT L S
O  Ideal machining conditions 07 02 | 426 | 238 2
€3 Normal machining conditions 1173 | 1224 3.6 2.8
Milling inserts §%  Unfavourable machining conditions 1604 |17.877 | 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BB DBE O S OHBH 00 O
: M| SBOHBE D DHRBOO O
e & 5 K 88 O O %
: 110 N SS $ S’XS
8g° L s & & 06 VOB %
H
o wlesshrnaRsaacasssnds |B
r ; bl SEl QIS — I — SIS
OQJSSS25800003028330 o |28
[~ e N~ e a Nl ~a J~a ) o W 'a M aa BT c'a S B c'a Ji a'a W o'a Jifa a M c'a | It z [ala)
SESS>SSE>S>>>>>>>>>>>>5 |5 > >
APKT11T308-NM ° °
I\ o 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 o o
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |0 0 O o e ©| o o
APKT11T308-PM 08 | 65 |0 o o o o o o o o
L @7 APKT11T312-PM 12 | 65 o o o o
W | APKT11T316-PM 16 | 6.5 o o o o
APKT160408-PM 0.8 |933|0 0 0 @ ® O O 6| o o °
APKT160416-PM 16 |933|0 o)
APKT11T304-PR 04 | 6.5 o o
@ ]
- APKT11T316-PR 16 | 65
APKT11T3XR ° °
® 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

Square shoulder milling

A

()]
£
=
=]
|_
ap
oo| e ~FHH [o
L1
B -
Weldon shank
(@]
=
g Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L-| LL ap max Q
EMP01-020-XP20-AP07-05C ES ° 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 EMP01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMP01-012-XP16-AP11-01C b 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 x o 16 16 25 90 10.5 2 0.1
S EMP01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
é EMP01-020-XP20-AP11-02C B o 20 20 30 100 10.5 2 0.2
E EMP01-020-XP20-AP11-03 ° 20 20 30 100 10.5 3 012
) APKT11T3
EMP01-020-XP20-AP11-03C K ° 20 20 30 100 10.5 3 0.2
EMPO01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 04
EMP01-025-XP25-AP11-03C b3 ° 25 25 35 115 10.5 3 04
EMPO01-025-XP25-AP11-04 ° 25 25 35 115 10.5 4 04
D EMP01-025-XP25-AP11-04C £ o 25 25 35 115 10.5 4 0.4
EMPO01-032-XP32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMP01-032-XP32-AP11-04C b o 32 32 40 125 10.5 4 0.7
= EMP01-025-XP25-AP16-02 ° 25 25 35 115 15.5 2 04
‘_3 -g EMP01-025-XP25-AP16-02C b o 25 25 35 115 155 2 0.4
= (©
_E e EMPO01-032-XP32-AP16-03 ° 32 32 40 125 15:5 3 0.7
o = 2
,1-’ e EMPO01-032-XP32-AP16-03C b o 32 32 40 125 15.5 3 0.7
< APKT1604
EMPO01-040-XP32-AP16-04 ° 40 32 42 130 155 < 0.8
EMP01-040-XP32-AP16-04C Kk [¢) 40 32 42 130 15.5 4 0.8
EMPO01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-063-XP32-AP16-06 o 63 32 45 135 155 6 1.4
E ® Ex stock o On demand
* With internal cooling
x
()
©
=
System code . B26 Grade selection B24 Technical info B527 Cuttingdata > B230
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Square shoulder milling Indexable milllng

Spare parts
Insert APKT0702 APKT11T3 APKT1604
oD 12-25 12-32 25-63
v Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4 Nm)
v Screw (insert) IGOM2.5:65T 4 \
(10Nm) A
¢~ | Wrench (insert) WTO5IP WT08IP Qﬁj/“
0"
A | Wrench (insert) WT15S
APKT L. S
O  Ideal machining conditions 07 02 | 426 | 238 2
€3 Normal machining conditions 1173 | 1224 | 36 2.8
Milling inserts g8 Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DB DE D S BB OO0 O
; L M| GBODB B DOBROO O
NE & o K 8% O o @
: 1 N & Do
- L s 8 @ 08 SO0 @
H
3 55R5E0gs888s8s8ags [B
%0 VI3 SseaacRENEE8a3T o |28
S H HE HEHHEHEHEEHHBE
APKT11T304-ALH 04 | 6.5 ° o 0
T@ | APKT11T308-ALH 08 | 65 . oo
APKT160408-ALH 0.8 {9.33 ° L 3N
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 08 | 6.5 ® ° o ° o
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 65 ° [} [}
@&V | apxT11T320-8PM 2 |65 . . .
APKT160408-APM 0.8 |9.33 ° o0 o ° o
APKT160416-APM 1.6 |9.33 ° ° [}
APKT160420-APM 2 (933 ° ° [
APKT160424-APM 24 933 ° ° °
APKT160430-APM 3 1933 ° °
APKT11T304-LH 04 | 6.5
4 D APKT11T308-LH 08 | 65
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 Technical info B527 Cuttingdata .~ B230
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Indexable mllling Square shoulder milling

APKT L. S d
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 DR HBDBE O S OB 00 O
: M| SBDHR D& DHe00 O
e 2 o K 8% O o %
: 110 N $ SS %
88" L s % B 0N OO0 %
H
150 wiesshnnasascangNads |b
r ! 0 SECR-BN 0 Vo= =
O0J3SSS580008NgaBaso |o 2]
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>SSE>S>SS>S>>>S>>>>>5 |5 |5
APKT11T308-NM ° °
l\ * APKT11T312-NM . o
APKT11T304-PF 04 | 65 o o o o o
APKT11T308-PF 08 | 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 o © o o o o o
APKT11T308-PM 08 | 65 |0 o o ol © o o o o
L @Y APKT11T312-PM 12 | 6.5 o o o o
W | APKT11T316-PM 16 | 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 | 65 o o
@S .
- APKT11T316-PR 16 | 65
APKT11T3XR ° @
® 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

B108



Square shoulder milling Indexable milllng

Square shoulder milling

\a P — . ap} | 2D
J ¥ I
‘ NI
gd T -
C
Dimensions [mm] Inserts
Article sz | Stock Teeth Couplin
@D od L — PN Q
EMP02-032-A16-AP07-08C B ° 32 16 35 6.4 8 A 0.34
EMP02-040-A16-AP07-10C £ ° 40 16 40 6.4 10 A 0.4 APKT0702
EMP02-050-A22-AP07-12C ® ® 50 22 40 6.4 12 A 0.6
EMP02-040-A16-AP11-04C £ ° 40 16 40 1 4 A 0.237
EMP02-040-A16-AP11-05C £ ° 40 16 40 1 5 A 0.177
EMP02-040-A16-AP11-06C b ° 40 16 40 it 6 A 0.234
EMP02-050-A22-AP11-06 ° 50 22 40 11 6 A 0.3
EMP02-050-A22-AP11-06C S ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-07C £ ° 50 22 40 11 7 A 0.39
EMP02-063-A22-AP11-08 ° 63 22 40 1 8 A 0.6
EMP02-063-A22-AP11-08C b ° 63 22 40 11 8 A 0.6 APKT11T3
EMP02-063-A22-AP11-09C B ° 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 x ° 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 ® o 100 32 50 1 10 B 167/
EMP02-125-B40-AP11-10 o 125 40 63 1 10 B 3.42
EMP02-040-A16-AP16-03 o 40 16 40 15.5 3 A 0.17
EMP02-040-A16-AP16-04C x ° 40 16 40 15.5 4 A 0.17
EMP02-050-A22-AP16-05 ] 50 22 40 155 5 A 0.3
EMP02-050-A22-AP16-05C £ o 50 22 40 15.5 5 A 0.3
EMP02-063-A22-AP16-06 ° 63 22 40 15.5 6 A 0.5
EMP02-0-6-3-A22-AP 16-06C £ (] 63 22 40 15.5 6 A 0.5 APKT1604
EMP02-080-A27-AP16-06C 3 o 80 27 50 155 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 155 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

V4

Article sz | Stock Teeth Coupling {
| o0 | wd | L | s e
EMP02-100-B32-AP16-08C £ ] 100 32 50 15.5 8 B 1.6
EMP02-125-B40-AP16-06C N o 125 40 63 15.5 6 B 3.18
EMP02-125-B40-AP16-10 o 125 40 63 155 10 B 32
EMP02-125-B40-AP16-10C b o 125 40 63 155 10 B 3.2
EMP02-160-B40-AP16-07C £ o 160 40 63 15.5 7 B 43 APKT1604
EMP02-160-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 63 155 12 C 8.1
EMP02-250-C60-AP16-12 o 250 60 63 15:5 12 C 1112
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604 APKT1604
@D 40-125 40-160 160-250
Cassette Locator-APKT16
v Screw (isert) 160M4x10 160M4x10
(3.4 Nm) (3.4Nm)
v Screw (insert) IGOM2.5565T
(1.0Nm)
/ Wrench (insert) WTO08IS WT15IS WT15IS
System code ; B26 Grade selection .~ B24 Technical info :) B527 Cutting data // B230
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Square shoulder milling Indexable milllng

APKT L. S
O  Ideal machining conditions 07 02 | 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
P BHHBHBE D B OB OO0 O
i M| BB3DDEH B DBOHBOO O
'R & " K o8 O e &
i 1"° i Ld A
- L s 8 B 00 ©O0 @
H
NcsRERNRsasSnasans &
0 " MYIBBES 258000003328 38C [0 |28
4 H B H EBHHEEBEBHEBEHHBE
APKT11T304-ALH 04 | 6.5 [ o 0
T@ | APKT11T308-ALH 08 | 65 . oo
APKT160408-ALH 0.8 {9.33 ° L 3N
APKT11T304-APF 04 | 6.5 °
! APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 {9.33 o ® O
APKT070204-APM 04 691 [}
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 08 | 6.5 ° ° o ° o
APKT11T312-APM 1.2 | 65 ° ° [}
APKT11T316-APM 16 | 65 ° ° [
@&V | aekT11T320-APM 2 |65 . . .
APKT160408-APM 0.8 |9.33 ° o0 o ° o
APKT160416-APM 1.6 |9.33 ° ° °
APKT160420-APM 2 (933 [} ° °
APKT160424-APM 24 933 ° [} [}
APKT160430-APM 3 1933 @ °
APKT11T304-LH 04 | 6.5
3 D APKT11T308-LH 08 | 65
APKT160408-LH 0.8 {9.33
APKT11T308-NM °
l'\ R | APkT11T312-NM . .
APKT11T304-PF 04 | 65 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 | 6.5 o o o o o
APKT11T308-PM 08 | 65 |0 O O ® 0 O o o o o
| @Y APKT11T312-PM 12 |65 o o o o
W | APKT11T316-PM 16 | 65 o oo o
APKT160408-PM 0.8 |933|0 0 0 @ ® O O o o o °
APKT160416-PM 1.6 (933 |0 o
® Ex stock © 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 Square shoulder milling

APKT L. S d
O  Ideal machining conditions 07 02 | 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 DR HBDBE O S OB 00 O
r
: M| SBDHR D& DHe00 O
wE o s K o8 O o &
: 110 N $ SS %
85" L s 8 © 0B BOO ©
H
1SO |WSSS$EESHSSS"‘88888SE k‘-"_{'
r ; LENEERCRRS v ==
OO3SS253c000N0aBa0ec o |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SES>S>S>S>F>>>>>>>>>>5 |5 |FF
APKT11T304-PR 04 | 6.5 o o
L) L]
- APKT11T316-PR 16 | 6.5 o
APKT11T3XR ° °
® 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

B112



Square shoulder milling Indexable mi"ing

Square shoulder milling

Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling |No. of inserts
‘ @D e od L l\ ()
EMPO03-050-A22-AP11-04 ° 50 39 22 58 4 A 16 0.5
EMP03-050-A22-AP11-04C ES o 50 39 22 58 4 A 16 0.5
EMPO03-063-A27-AP11-04 L] 63 39 27 58 4 A 16 0.9
EMP03-063-A27-AP11-04C S o 63 39 27 58 4 A 16 0.9
APKT11T3
EMP03-080-B32-AP11-05 ° 80 39 32 63 5 B 20 183
EMP03-080-B32-AP11-05C 3 o 80 39 32 63 5 B 20 1.3
EMPO03-100-B40-AP11-06 L] 100 39 40 63 6 B 24 2
EMPO03-100-B40-AP11-06C X o 100 39 40 63 6 B 24 2
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert APKT11T3

oD 50-100

v Screw (insert) IGOM25x65T
(1.0Nm)
/ Wrench (insert) WTO08IS
> Technical info > B527 Cutting data > B230

~
Systemcode .~ B26

Grade selection
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Indexable mllling Square shoulder milling

©  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
5 P DR DBDBE OB S OB OO0 O
r
: M| SBDHBER B OHRBO0 O
ol »d K 8% O o &
E 110 N SS SS *
88" L s % B 00 SO0 %
H
1SO |W85525539\588N838889\;\ E
ro |l el SElRIE =l B B E
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |55
APKT11T304-ALH 04 6.5 [ L)
T@ | APKT11T308-ALH 08 |65 . N
APKT11T304-APF 04 |65
g APKT11T308-APF 0.8 |6.5 o [ o
APKT11T304-APM 04 6.5 ° ° [
APKT11T308-APM 0.8 |6.5 ° ° o ° o
@&V | arxriT32.80M 12 |65 . . .
APKT11T316-APM 16 |65 ° ° °
APKT11T320-APM 2 |65 -] ) @
APKT11T304-LH 04 |65 o
() X
-— APKT11T308-LH 0.8 |6.5 °
APKT11T308-NM °
OB | AkTi1T312-NM .
APKT11T304-PF 04 |65 o o o O o
@ | APKT11T308-PF 08 |65 o
3
APKT11T316-PF 1.6 (6.5 o
APKT11T304-PM 04 |65|0 o o o O o o o
L @Y APKT11T308-PM 0.8 [65|0 © O O @ 0O o o o o
WSS | APKT11T312-PM 12 |65 o o o o
APKT11T316-PM 1.6 |6.5 o o O (¢}
APKT11T304-PR 04 6.5 o o
“ APKT11T316-PR 16 |65 o
APKT11T3XR ° ®
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

B114



Square shoulder milling Indexable milllng

Square shoulder milling

. = | Em 8~

. s o =

5"51 L

) LY L
Weldon shank
Dimensions [mm] Inserts
Article stz | 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
EMP04-040-XP40-AP11-02 ° 40 58 40 75 150 2 14 1.3
@ Ex stock o On demand
= With internal cooling
Spare parts
Insert APKT11T3
@D 20-40
v Screw (insert) IBOM256ST
(1.0Nm)
A | Wrench (insert) WTO8IS
System code * B26 Grade selection ,” B24 Technical info 1 B527 Cutting data \\ B230

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

E

Index

Indexable mllling Square shoulder milling

©  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
5 P DR DBDBE OB S OB OO0 O
r
: M| SBDHBER B OHRBO0 O
ol »d K 8% O o &
E 110 N SS SS *
88" L s % B 00 SO0 %
H
1SO |W85525539\588N838889\;\ E
ro |l el SElRIE =l B B E
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |55
APKT11T304-ALH 04 6.5 [ L)
T@ | APKT11T308-ALH 08 |65 . N
APKT11T304-APF 04 |65
g APKT11T308-APF 0.8 |6.5 o [ o
APKT11T304-APM 04 6.5 ° ° [
APKT11T308-APM 0.8 |6.5 ° ° o ° o
@&V | arxriT32.80M 12 |65 . . .
APKT11T316-APM 16 |65 ° ° °
APKT11T320-APM 2 |65 -] ) @
APKT11T304-LH 04 |65 o
() X
-— APKT11T308-LH 0.8 |6.5 °
APKT11T308-NM °
OB | AkTi1T312-NM .
APKT11T304-PF 04 |65 o o o O o
@ | APKT11T308-PF 08 |65 o
3
APKT11T316-PF 1.6 (6.5 o
APKT11T304-PM 04 |65|0 o o o O o o o
L @Y APKT11T308-PM 0.8 [65|0 © O O @ 0O o o o o
WSS | APKT11T312-PM 12 |65 o o o o
APKT11T316-PM 1.6 |6.5 o o O (¢}
APKT11T304-PR 04 6.5 o o
“ APKT11T316-PR 16 |65 o
APKT11T3XR ° ®
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

B116



Square shoulder milling Indexable milllng

Square shoulder milling A

s o0 & P P&

/ PD| [~~~ ——————] L | od
v e@U

A@‘ = L

Weldon shank
Dimensions [mm] Inserts
Article e | Stock Teeth =
@D e od L L L&y
! -
EMP05-025-XP25-C sk () 25 20 25 40 130 3 05 APMT1135
® Ex stock o On demand

** With internal cooling

Spare parts

Insert APMT1135
@D 25
//"
v Screw (insert) l6OM25:65T
(1.0Nm)
¢~ | Wrench (insert) WT08IP
System code “/* B26 Grade selection } B24 Technical info :) B527 Cutting data \> B230
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Indexable mllling Square shoulder milling

©  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 DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
L K S O @) g8
' N &b SR
S CCI < O%G DOHH
H
“ wessRRaoNsas s NanE |5
ro|L hel CE QB =2 — SIS
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
APMT1135PDR 0.8 [6.2 o ° o
LS
-—
® 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 Cuttingdata > B230

B118



Square shoulder milling Indexable milllng

Square shoulder milling

Dimensions [mm] Inserts
Article sz | Stock o0 o ) s Teeth Coupling M
EMP09-040-A16-LN08-05C S ] 40 16 40 8 5 A
EMP09-050-A22-LN08-06C b ° 50 22 40 8 6 A
EMP09-063-A22-LN08-08C A ] 63 22 40 8 8 A LTGRO
EMP09-080-A27-LN08-10C * o 80 27 50 8 10 A
EMP09-040-A16-LN12-04C ® ] 40 16 40 1i%5 4 A 0.19
EMP09-050-A22-LN12-05C ® ° 50 22 40 11.5 5 A 033
EMP09-063-A22-LN12-06C S ° 63 22 40 11.5 6 A 0.53
EMP09-080-A27-LN12-07C ES ° 80 27 50 11.5 7 A 1.18 LNKT1206PNR
EMP09-100-B32-LN12-09C £ ] 100 32 50 11.5 9 B 1.62
EMP09-125-B40-LN12-11C £ ° 125 40 63 11.5 11 B 3.25
EMP09-080-A27-LN16-06C £ ° 80 27 50 15 6 A
EMP09-100-B32-LN16-08C £ ° 100 32 50 15 8 B
EMP09-125-B40-LN16-10C b ° 125 40 63 15 10 B
EMP09-160-B40-LN16-12C b ° 160 40 63 15 12 B LNKT1607PNR
EMP09-200-C60-LN16-16 o 200 60 70 15 16 @
EMP09-250-C60-LN16-12 o 250 60 70 15 12 C
EMP09-315-D60-LN16-16 o 315 60 80 15 16 D
® Ex stock © On demand
*¢ With internal cooling
Spare parts
Insert LNKT0804PNR LNKT1206PNR LNKT1607PNR
oD 40-80 40-125 80-360
v Sérew (clamp) 160M3x7 160M4x12
(1.8 Nm) (3.4 Nm)
w Screw (insert) I?g%i);:;
| Wrench WT10IS WT15lS
A | Wrench (insert) WT201S
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 0804 | 875 | 445
&€ Normal machining conditions 1206 | 127 | 6.75
Milling inserts §%  Unfavourable machining conditions 16 07 | 16.05 | 735
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HBDBE OB S OB OO0 O
M| SBDHER B OHRBOO O
L
K D O O g8
N L SR
S CCH < O% OHH €%
H
1SO w SSSQEES{?‘»SSSNSSRSSSE k‘-'._‘:
r 10 S o9 0o b = =
OO3SS203co00N0aBa0e (o |28
[ea e e R~ a i ~a R~ a i ~a R =a || Waa Jiaa S aa By oa MYa a WY o'a Wi o'a R o'a WY a'a R 2 Pl = (@] /o]
SES>>S>S>FI>>>>>>>>>>5 |5 |5
'— LNKT080404PNR-GL 85 (04 () ® ]
(O) | LNKT120608PNR-GL 13 038 . o o
—A LNKT160708PNR-GL 15 [0.8 ® ° °
LNKT080404PNR-GM 85 (04 °
\L?l 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
N
B120 v



Square shoulder milling Indexable milllng

Square shoulder milling

@D
3 1 He
| v |l |
— | el
Lol SO\ sl
b |
S —
T-ﬁ- -4
| @d
Dimensions [mm] Inserts
Article stz | Stock Teeth | Teeth | Coupling
@D e od L row M
EMP09-040x43-A16-LN12-02C 3R o 40 43 16 70 2 8 A 0.4
EMP09-050x43-A22-LN12-03C b ° 50 43 22 70 3 12 A 0.64
EMP09-063x53-A27-LN12-04C b ® 63 53 27 80 4 20 A 1.31
LNKT1206PNR
EMP09-080x53-A27-LN12-05C £ 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
oD 40-80
v Screw (clamp) Io0M4x12
(34Nm)
A& | Wrench WT151S
System code > B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

©  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
= P DR DBDBE OB S OB OO0 O
g M| SBDHBER B OHRBO0 O
= =
E K 8% O o &
N S SR
S CCI < O%G DOHH
H
B 5 Wl ldssBgeansascsssanns |5
r ) S oo no D = =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
Y— LNKT120608PNR-GL 13 |08 ® ° °
g —
g ('L LNKT120608PNR-GM 13 |08 o ° o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
C HW Uncoated carbide
(®)]
=
a
c
© O
o5
:
o O
e
x
(0]
©
£
System code . B26 Grade selection > B24 Technical info B527 Cuttingdata > B230
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Square shoulder milling Indexable milllng

Square shoulder milling

ap

ap

]

Dimensions [mm]

Article sz | Stock o0 o ) s Teeth Coupling @
EMP13-040-A16-AN11-04C £ o 40 16 40 11.2 4 A 0.45
EMP13-050-A22-AN11-06C S ° 50 22 40 11.2 6 A 0.3
EMP13-063-A22-AN11-06 R o 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07C b ° 63 22 40 11.2 7 A 0.49
EMP13-080-A27-AN11-07 £ o 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-09C b ° 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 x 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 ES 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 % ° 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 ANGXT506
EMP13-125-B40-AN15-10 ° 125 40 63 14.5 10 B 3.05
EMP13-1 -2-5-B40-AN1 5-10C ES o 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 Cuttingdata ~ B230
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Indexable mllling Square shoulder milling

Spare parts

Insert ANGX1105 ANGX1506
@D 40-160 50-200
v Screw (clamp) GOMax12
(34Nm)

v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4 Nm)
yd Wrench WT15IS
& | Wrench (insert) WT09IS WT15IS

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 11 05 11.85 5.7 3.5
Milling inserts €%  Unfavourable machining conditions 1506 | 1543 | 73 | 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P [35HBDBE D S DB OO0 O
M| SBRODR B OHRBOO O
K D& O O K]
N 8 Dae
S CCI K O& HHD €
H
o0 oo N NN n o~ o =
(2}l (= By ey = e ™ o o T o
I1SO Wi lregolllyuunooo-oc2aQounn 0 —
CO03SS25800080RB20c | 2]
[oa e e e e R o N va J el e Wi~ Wi aa Ji~a Mo a B 'a Wi 'a Qi o'a WY a'a B ' ) Pt =z [alya)
S>>>>>>>>>>>>>>>>>= > |>>
ANGX110504PNR-GM 84 (04 ° ° o0
ANGX110508PNR-GM 84 (08|e [ o0 (3N}
= '| | ANGX110520PNR-GM 84 | 2 @ °
w ANGX150608PNR-GM 11 108|o ° ° LN )
ANGX150616PNR-GM 11 1.6 [ [ °
ANGX150620PNR-GM 1 |2 o0 °
i ANGX110504PNR-LH 84 |04
|
q ANGX150608PNR-LH 11 08
@ 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 milllng

Square shoulder milling

APmax

[=] ( \ o
Q N S
L,
18
Weldon shank
Dimensions [mm] Inserts
Article e | Stock Teeth —
@D od L, L - —_— m
EMP13-025-XP25-AN11-02C sk ° 25 25 32 100 1.2 2 0.31
EMP13-032-XP32-AN11-03C B ° 32 32 40 115 1.2 3 0.61 ANGX1105
EMP13-040-XP32-AN11-04C x ] 40 32 40 125 12 4 0.75
EMP13-032-XP32-AN15-02C b [ ] 32 32 40 125 11.2 2 0.66
ANGX1506
EMP13-040-XP32-AN15-03C B ] 40 32 40 125 12 3 0.76
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw {isert) 160M3x9 160M4x12
(1.8Nm) (3.4Nm)
A | Wrench (insert) WT09IS WT15IS
System code “/* B26 Grade selection } B24 Technical info :) B527 Cutting data \> B230
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Indexable mllling Square shoulder milling

©  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 11 05 11.85 5.7 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
od] K o O o £
N S SR
S CCI < O%G DOHH
H
1SO w 85535539‘1588”888889\5 E
¢ n S oo o T B
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |FF
ANGX110504PNR-GM 84 |04 [ [ LN}
ANGX110508PNR-GM 84 (08 |e [ o0 LN}
—-\‘b ANGX110520PNR-GM 84 | 2 @ °
ﬁ ANGX150608PNR-GM 11 (080 o o ° e
ANGX150616PNR-GM 11 1.6 [ ° °
ANGX150620PNR-GM 1 |2 o0 °
. ANGX110504PNR-LH 84 |04
=1
q ANGX150608PNR-LH 1 08
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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Square shoulder milling Indexable milllng

Square shoulder milling

od

| L
| Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth ——
@D e od L, L Ap o W
EMP13-025-G25-AN11-02C B ° 25 19152 25 32 100 1152 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 b ] 40 1152 32 40 125 112 4 0.75
EMP13-032-G32-AN15-02C b ° 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 © On demand
*< With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 25-40 25-40
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
A | Wrench (insert) WTO9IS WT15IS ‘
System code > B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Square shoulder milling

©  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 11 05 11.85 5.7 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
od] K o O o £
N S SR
S CCI < O%G DOHH
H
1SO w 85535539‘1588”888889\5 E
¢ n S oo o T B
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |FF
ANGX110504PNR-GM 84 |04 [ [ LN}
ANGX110508PNR-GM 84 (08 |e [ o0 LN}
—-\‘b ANGX110520PNR-GM 84 | 2 @ °
ﬁ ANGX150608PNR-GM 11 (080 o o ° e
ANGX150616PNR-GM 11 1.6 [ ° °
ANGX150620PNR-GM 1 |2 o0 °
. ANGX110504PNR-LH 84 |04
=1
q ANGX150608PNR-LH 1 08
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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Square shoulder milling Indexable mi"ing

Square shoulder milling

Dimensions [mm] Inserts
Article sz | Stock Teeth | No. of inserts
@D e od L @
EMP13-050x43-A22-AN11-03 ° 50 43 22 60 B8 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 o On demand
*¢ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 50-63 63-80
v Scrawiinsert 160M3x9 160M4x12
(1.8 Nm) (3.4 Nm)
A | Wrench (insert) WTO09IS WT151S
S N\ N —_—— N ) N
ystem code » B26 Grade selection .~ B24 Technicalinfo . B527 Cuttingdata ~ B230
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Indexable mllling Square shoulder milling

©  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 11 05 11.85 5.7 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
od] K o O o £
N S SR
S CCI < O%G DOHH
H
1SO w 85535539‘1588”888889\5 E
¢ n S oo o T B
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |FF
ANGX110504PNR-GM 84 |04 [ [ LN}
ANGX110508PNR-GM 84 (08 |e [ o0 LN}
—-\‘b ANGX110520PNR-GM 84 | 2 @ °
ﬁ ANGX150608PNR-GM 11 (080 o o ° e
ANGX150616PNR-GM 11 1.6 [ ° °
ANGX150620PNR-GM 1 |2 o0 °
. ANGX110504PNR-LH 84 |04
=1
q ANGX150608PNR-LH 1 08
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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Square shoulder milling Indexable milllng

Square shoulder milling

g o
v J 1 =
L
Weldon shank
Dimensions [mm] Inserts
Article stz | Stock Teeth | No. of inserts -
@D e od L, L @
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 o 40 40 32 55 115 2 0.79
ANGX1506
EMP13-050x53-XP40-AN15-02 o 50 53 40 70 145 2 1.53
® Ex stock o On demand
*¢ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 32-40 40-50
w SEEWITREAR) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
A | Wrench (insert) WT09IS WT151S
System code * B26 Grade selection ,” B24 Technical info 1 B527 Cutting data \\ B230
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Indexable mllling Square shoulder milling

©  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 11 05 11.85 5.7 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
od] K o O o £
N S SR
S CCI < O%G DOHH
H
1SO w 85535539‘1588”888889\5 E
¢ n S oo o T B
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
SES>S>>S>S>F>>>>>>>>>>5 |5 |FF
ANGX110504PNR-GM 84 |04 [ [ LN}
ANGX110508PNR-GM 84 (08 |e [ o0 LN}
—-\‘b ANGX110520PNR-GM 84 | 2 @ °
ﬁ ANGX150608PNR-GM 11 (080 o o ° e
ANGX150616PNR-GM 11 1.6 [ ° °
ANGX150620PNR-GM 1 |2 o0 °
. ANGX110504PNR-LH 84 |04
=1
q ANGX150608PNR-LH 1 08
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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profilemiling  INA@xable milling

Profile milling

BMRO1 0 0 &

Weldon shank
Dimensions [mm] Teeth Inserts
Article stz | Stock
R @D e od L, L ZDET | SPMT
BMR01-020-XP20-S o 10 20 20 20 50 125 2 2 0.3
ZDETO08T2 &
BMRO01-020-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
BMRO01-025-XP25-S o) 12.5 25 23 25 70 150 2 2 0.5
ZDET1103 &
BMRO01-025-XP25-M o 12,5 25 23 25 95 175 2 2 0.6 SPMT0603
BMRO01-025-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 &
BMRO01-032-XP32-M o 16 32 31 32 100 200 2 2 1.1 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 &
BMRO01-050-XP40-S o 25 50 45 40 100 200 3 2 1.8 SPMT1204
BMRO01-050-XP40-M o 25 50 45 40 100 300 3 2 2.8
BMRO01-063-XP40-S o 31.5 63 52 40 100 200 4 2 3
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert ZDETO08T2 & ZDET1103 & ZDET13T2 & ZPNT2204 &
SPMT0603 SPMT0603 SDMT0903 SPMT1204
@D 20 25 32 40-63
v Screwiinsatt 143M2.5x5.7 143M2.5x5.7 143M4x8 143M5x11
(1.0Nm) (1.0Nm) (3.4 Nm) (6.7 Nm) » - y
3/ Wrench (insert) WTO07IP WTO07IP ; &
& | Wrench (insert) WT15I WT2015 I
Systemcode > B26 Grade selection > B24 Technicalinfo > B527 Cutting data B230
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Indexable milling rrofite miling

ZDET L 1.C S d
08 T2 8.4 6.75 2.78 2.8
O Ideal machining conditions 1103 | 10.6 8.5 3.18 2.8
€3 Normal machining conditions 13T3 | 132 | 105 | 3.97 44
Milling inserts €% Unfavourable machining conditions 2204 | 161 | 127 | 476 | 556
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BBRBDBHE O D BB OO0 |O
M| SBRODBR B OORBOO0 O
Bl ) K 8% O o &
&k‘y N o o
ol s & 8 | 06 0060 @
H
o =) = (0 T el o A = ] o | o D) o ] o [Nl -~
ISO RISAILIJIALECSSRINSINILAQ= |2 |83
VUU=SZ=220000000nUa0Un0LVL U =Aq
[oa e e R e e R o R ~a J ~a | aa Wi a M2 J~'a Mo a B 'a Wi o'a Wi o'a Mo a R ' ) =4 =< (@)=
S>E>>>>>>>>>>>>>>>>> |5 |>5>
P ZDET13T3CYR16-PM 16 o o
Tu.j‘k\.“;
~ ZDET08T2CYR10 10 o
£¢N \ | ZDET1103CYR12S5 125
e
2 ZPNT2204CY(R20) 20 o
@9 | ZPNT2204CY(R25) 25 .
e
=== | ZPNT2204CY(R31) 315 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
N
B134 v




Profile milling

Indexable milling

O  Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 06 03 | 6.35 6.35 3.18 2.8
Milling inserts &8 Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOBOBRE © S 88 00 O
M| DSBS D S8BBOO O
K 8% O @) e
N 8 Bk
S o 9 OB ©BBH @
H
o NscREERRsa8Ne8gYnds |b
r AN N el —E = K=l o~ o — - = =
0325020000 R0R8300 [T 28
[=a e e e R e e iy wa e ) [ ~a W v M a W 'a M a'a [ 'a Wi ' i 'a i a'a B e |l P =z [ala
SE>>>>>>>>>>>>>>>>> |5 |[>>
SPMT060304-KT o
—
SPMT060304 0.4
a SPMT120408 08 |lo @ © o
—

® Ex stock

o On demand

HC' Coated carbide
HT  Uncoated cermet

Turning

Milling

N

Drilling

O

Technical
Information

HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SDMT L 1.C S d
€3 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 4.4
Mi||ing inserts g% Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P H@bHBR O S OB OO0 O
M| SBD5E3 D OHRBOO O
K B O ( &8
N 8 SR
S CCI X O%B DBHH =
H
o0 oo o NN n o o =
A — — = - 58] o o0 b n
ISO r |2 SR 2R sEARNNR 28 2N 2N s S
O0SSS208000U0NORBRGT & 2]
[~ el ~a s i ca <} f<a W o'a i aa Bfe'a s« B 'a i o W 'a [ s a R oo | I~ =z [ala)
S>E>>>>>F>>>>>>>>>>= > > >
2 SDMT090308 0.8 °
:[
9
® Ex stock o 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
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Indexable milling rrofite miling

Profile milling

BMR02 0 0 0

=

@

oD (©

od

Dimensions [mm] Inserts
Article s | Stock a
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
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 0.4

BMR02-020-G25-S ® 10 20 25 60 160 0.5

BMR02-020-G25-M ° 10 20 25 80 200 0.6 ROHX2005
BMR02-020-G25-L ) 10 20 25 80 240 0.8

® Ex stock o On demand
** With internal cooling
Spare parts
Insert ROHX1203 ROHX1604 ROHX2005
oD 12 16 20
‘, Serew Tinsad 170M4x10TT 170M5x12TT 170M5x16TT
(3.4 Nm) (6.7 Nm) (6.7 Nm) //
&
‘ = ) \/
Wrench (insert) WT15IS WT20IS WT20IS g
System code .~ B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
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rrofile miling  INdexable milling

ROHX L 1.C S d
O  Ideal machining conditions 12 03 | 85 12 3 4
€3 Normal machining conditions 16 04 | 11.3 16 4 5
Milling inserts g8 Unfavourable machining conditions 20 05 | 141 | 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHHBHBE D B OB OO0 O
M| BB3DDEH B DBOHBOO O
K D O O £
N B D
S CEI X oD HBHH @
H
- N EsREE0gs880e8e8ngs |5 |oa
0355080608308 2383R385 |& |28
[oa e e o ~a = a iy wa oo | aa Qi ~a S 'a B ~'a NYa a R o'a Wi o'a W o'a WY o'a B ' | =t z [ala]
S>E>>>>>>>>>>>>>>>>5 |5 |[5>
ROHX1604 o )
(7 ) | ROHX1203 oo °
ROHX2005 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 milling rrofite miling

Profile milling

€ e
= B
op| s = RS od  op] 2 ]
R/ L1 R L1
L \ L
A B
Straight shank
Dimensions [mm] Inserts
Article stz | Stock Teeth | Coupling ~
R | oD | e od | L L g
BMR03-016-G20-S ° 8 16 16 20 70 150 2 B 0.3 -
BMRO03-016-G20-M ° 8 16 16 20 80 180 2 B 04
BMRO03-020-G25-S ° 10 20 20 25 80 180 2 B 0.5
BMRO03-020-G25-M ° 10 20 20 25 100 200 2 B 0.6
XPHT20
BMRO03-020-G25-L ° 10 20 20 25 150 250 2 B 0.7
BMRO03-020-G25-XL o 10 20 20 25 110 300 2 B 1
BMRO03-025-G25-S ° 12,5 25 25 25 80 180 2 B 0.6
BMRO03-025-G25-M ° 12,5 25 25 25 100 200 2 B 0.7
XPHT25
BMRO03-025-G25-L o 12:5 25 25 25 110 250 2 B 0.8
BMRO03-025-G25-XL o 12.5 25 25 25 120 300 2 B 1
BMRO03-030-G32-S o 15 30 30 32 120 200 2 A 1
BMRO03-030-G32-M ° 15 30 30 32 150 250 2 A 1.3 XPHT30
BMRO03-030-G32-L o 15 30 30 32 200 300 2 A 1.6
BMRO03-032-G32-S ° 16 32 32 32 120 200 2 A 1.1
BMRO03-032-G32-M ° 16 32 32 32 150 250 2 A 1.4
XPHT32
BMRO03-032-G32-L ° 16 32 32 32 200 300 2 A 1.6
BMRO03-032-G32-XL o 16 32 32 32 200 350 2 A 2
BMRO03-040-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
BMRO03-040-G40-L ° 20 40 40 40 200 300 2 A 2.5
® Ex stock o On demand
* With internal cooling
System code . B26 Grade selection B24 Technical info B527 Cuttingdata > B230

N
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profilemiling  INA@xable milling

Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
oD 16 20 25 30 32 40
P Clamp CBH5R1
8 cmp WD208 | WD-208
v Screw (clamp) 160M5x13 160M5x13 143M6x16
P (6.7 Nm) (6.7 Nm) (9.1Nm)
w Screwiinsatt 160M2.5%6.5 160M4x10 160M5x13 160M5x13 143M6x16 '
(1.0 Nm) (3.4Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) %
w Screw (insert) lGON3 536
(27 Nm)
) Wrench (clamp) WT20IT WT20IT WT25IT
¢~ | Wrench (insert) WT10IP
% Wrench (insert) WT20IT WT20IT WT25IT
5/ Wrench (insert) WTO7P
A | Wrench (insert) WT155
XPHT L S d
16 16 3.18 A
20 20 397 4
25 25 476 4.7
O Ideal machining conditions 30 30 6.35 5.8
€ Normal machining conditions 32 32 6.35 5.8
Milling inserts g%  Unfavourable machining conditions 40 40 794 | 68
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5DHODHE D S OB OO0 O
M| SBODBR G OHRBOO O
K D& O O &8
N b DR
S CCIR < O&% HHD €&
H
o0 oo o NN n (] o =
N = — b = 5] o on = &
I1SO R lal2228R@Arnnoeocesoagonhn v —
O03S=25020003302823c | 2]
[ea e e e e R o e e | e B a M a Ji~a MY a R e Wi 'a R 'a WY o a R ' | s =z (ala)
SE>>>S>S>>>>>>>>>>>>5 |5 |=>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 ©
g XPHT25R1204-GM 125| 9 °
XPHT30R1506-GM 15 | 11 )
XPHT32R1606-GM 16 L)
XPHT40R2007-GM 20 °
® Ex stock o 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
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Indexable milling rrofite miling

Profile milling

e

B140

O |- gﬁ;ﬁ H CIC ] |-
L1
L
t A B
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling ~
R | oD | e od | L L &
BMR03-016-XP20-M ° 8 16 16 20 60 111 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 ° 125 25 25 25 80 137 2 B 0.4 XPHT25
BMR03-025-XP25-L @ 125 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 13
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 le] 20 40 40 40 100 175 2 A 1.3 ST 4G
BMR03-040-XP40-L ° 20 40 40 40 120 250 2 A 2
BMRO03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHT50
BMR03-050-XP50-L o 25 50 50 50 150 250 2 A 3.1
® Ex stock © On demand
% With internal cooling
System code . B26 Grade selection B24 Technical info B527 Cutting data B230
o



Profile milling

Indexable milling

Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
oD 16 20 25 30 32 40 50
& camp CBH5R1 | CBHBSRI
e cmp WD-208 | WD-208
v Screw (clamp) 160M5x13 160M5x13 143M6x16 143M6x16
P 67Nm) | (67Nm) | (9.1Nm) | (9.1Nm)
1 160M2.5%6.5 160M4x10 160M5x13 160M5x13 143M6x16 143M8x%21 '
v Screw (insert)
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) ?\
w Screw (insert) I60M3.54
(27 Nm)
) Wirench WT20IT WT20IT WT25IT WT25IT
(clamp)
o |Wrench (insert) WT10IP
) Wrench (insert) WT20IT WT20IT WT25IT WT30IT
>/ Wrench (insert) WTO7P
/’ Wrench (insert) WT155
XPHT L. S d
16 16 3.18 A
20 20 397 4
25 25 476 4.7
30 30 6.35 55
O  Ideal machining conditions 32 32 6.35 5.8
€ 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 OROBDBHE O S OO OO0 O
M| SBDHBR S OHRBOO O
K D O O o8
N D SR
S CCIR € O&% BHD &
H
o sl 8ssBrRadlcasdnsgenns |b
a o = == ~ — — o o
0325800002830/ [T 28
[ e i sl e i~} < W 'a i aa B e'a Jfa e B == Jif s W 'a Jifa a B oo | I~ =z [ala)
SES>S>S>>>>>>>>>>>>>>5 |5 |=>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 12.5 ®
& | 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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Indexable milling rrofite miling

Profile milling

R/

L od
~ L1

L

B142

~ A B
Morse taper shank
Dimensions [mm] Inserts
Article stz | 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 SEPLTI0
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 (] 15 30 30 28.2 70 189 2 A 0.8 SLitan
BMR03-030-MT4-L o 15 30 30 28.2 120 229 2 A 1
BMR03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9 a3
BMR03-032-MT4-L [ 16 32 32 29.2 100 209 2 A 0.9
BMR03-040-MT5-L o 20 40 40 36.9 90 226 2 A 1.8 XPHT40
BMR03-050-MT5-M [ 25 50 50 46.8 100 236 2 A 2.2 SPLTED
BMR03-050-MT5-L o 25 50 50 46.8 150 286 2 A 29
® Ex stock © On demand
* With internal cooling
Systemcode . B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
o




rrofile miling  INdexable milling

Spare parts
Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
oD 20 25 30 32 40 50
P Clamp CBH5R1 CBH5R1
8 cmp WD-208 | WD-208
v Screw (clamp) 160M5x13 160M5x13 143M6X%16 143M6x16
P (6.7 Nm) (6.7 Nm) (9.1 Nm) (9.1Nm) »
v Screwiinsatt 160M4x10 160M5x13 160M5x13 143M6x16 143M8x21 %
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)
w Screw (insert) IGONESS 08T %
(27 Nm)
/x Wrench (clamp) WT20IT WT20IT WT25IT WT25IT
¢~ | Wrench (insert) | WT10IP
/% Wrench (insert) WT20IT WT20IT WT25IT WT30IT
/’ Wrench (insert) WT155
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
€ Normal machining conditions 40 40 7.94 6.8
Milling inserts g8 Unfavourable machining conditions 50 50 | 794 | 92
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DB DBE D D BHBe OO0 O
M| GBODB D DORBRROO O
K B O @) &8
N D SR
S CEI O&% DD €
H
IS0 R NN RE R BB EBEE 5
a N N — =B ~ N — — o o
O03S=2502000030RBR20T [ (2]
[oa e e e o R oy o o | aa B a M2 Qi ~a M a R e Wi 'a QY 'a WY o'a B 'a | P4 = (@) o)
S>E>>>>>>>>>>>>>>>>> |5 |[>>
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 125 [ ]
g XPHT30R1506-GM 15 | 11 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 ()
XPHT50R2507-GM 25 [ ]
® Ex stock o 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
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Indexable milling rrofile milling

Profile milling

R

o
@D

L1

L

od

Compound shank

Dimensions [mm] Inserts
Article sz | Stock Teeth
R | o0 | e | od | L L g
BMR03-040-XPX-M o 20 40 40 50.8 170 250 2 13
BMR03-040-XPX-L o 20 40 40 50.8 220 300 2 3.1 XPHT40
BMR03-040-XPX-XL o 20 40 40 50.8 270 350 2 35
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 3.8 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
@D 40 50
ﬂ Clamp CBH5R1 CBH5R1 '
v Seres [elamip) 143M6x16 143M6x16 %
P (9.1Nm) (9.1 Nm)
v Screwlhsart) 143M6x16 143M8x21 % ;
(9.1 Nm) (16.2 Nm) ’ \
) Wrench (clamp) WT25IT WT25IT =
A | Wrench (insert WT25IT WT30IT
System code ; B26 Grade selection \ B24 Technical info :) B527 Cutting data // B230
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rrofile miling  INdexable milling

O  Ideal machining conditions XPHT L S d
€ 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 BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N &8 SR
S CCI X OB SEH %
H
1SO R 85535539\588”838889»5 k‘-"_i
a o S oo = ) Vo= =
O03SSS52000830RB8R0c | 2]
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>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
System code B26 Grade selection .~ B24 Technical info B527 Cuttingdata ~ B230
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Profile milling

BMRO04 0 O 0

'u.‘;a —
L1

e

L

Straight shank

ed

Dimensions [mm] Inserts
Article sz | Stock A !
R @D od | @di L, L § - /
BMR04-012-G12-M ° 6 12 12 11 35 125 0.1
ZOHX12
BMRO04-012-G12-L ° 6 12 12 1 45 150 0.1
BMR04-016-G16-M ° 8 16 16 14 40 150 0.2
ZOHX16
BMRO04-016-G16-L ° 8 16 16 14 55 180 0.3
BMR04-020-G20-M ° 10 20 20 18 65 180 04
ZOHX20
BMRO04-020-G20-L ° 10 20 20 18 100 250 0.6
BMR04-025-G25-M ° 125 25 25 23 70 200 0.7
ZOHX25
BMRO04-025-G25-L ° 12.5 25 25 23 100 250 0.9
BMR04-030-G32-M ° 15 30 32 27 80 250 1.2
ZOHX30
BMR04-030-G32-L ° 15 30 32 27 110 300 1.5
BMR04-032-G32-M ° 16 32 39 29 80 250 14
- ZOHX32
BMRO04-032-G32-L ° 16 32 32 29 110 300 1.7
® Ex stock © On demand
* With internal cooling
Spare parts
Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
oD 12 16 20 25 30 32
' Screw (s 170M4x10TT | I70M5x12TT | I70M5x16TT | 170M6x20TT | 170M8%25TT | I70M8x25TT
(3.4Nm) (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 '
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B146



rrofile miling  INdexable milling

ZOHX 1.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
P oonoos ¢ o8 968 00 O
M| SBDHBEB D DOHRBOO O
K S O @® &8
N &b SR
S CEI £ @6 BED B
H
o0 oo N NN wn (] [\ =
] — - — P — I5e) o o0 T 7
ISO RIgeollinuoocgooocoaggonn |0 oo
O03=S=25020003302823c | 2]
[ea e e e e R o e e | e B a M a Ji~a MY a R e Wi 'a R 'a WY o a R ' | s =z (ala)
S>E>>>>>>>>>>>>>>>>5 |5 [>>
ZOHX1203-GF 6 °
ZOHX1604-GF 8 °
L . | ZOHX2005-GF 10 °
Q ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
&> >, | ZOHX2005-GM 10 °
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 Cuttingdata ~ B230
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Indexable milling rrofite miling

Profile milling

BMRO04

o]

N

od

Straight shank

Dimensions [mm] Inserts
Article sz | Stock A !
R @D | od | @di L, L g
BMR04-012-G16-M ° 6 12 16 11 50 125 0.2
ZOHX12
BMRO04-012-G16-L ° 6 12 16 1 70 150 0.2
BMR04-016-G20-M ° 8 16 20 14 60 150 0.3
ZOHX16
BMRO04-016-G20-L ° 8 16 20 14 80 180 0.3
BMR04-020-G25-M ° 10 20 25 18 75 180 0.6
ZOHX20
BMRO04-020-G25-L ° 10 20 25 18 95 200 0.6
BMR04-025-G32-M ° 125 25 32 23 90 200 1
ZOHX25
BMRO04-025-G32-L ° 12.5 25 32 23 110 250 1.3
BMR04-030-G40-M ° 15 30 40 27 110 250 2 ZOHX30
BMRO04-032-G40-L ° 16 32 40 29 125 300 24 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
' o _ 170M4x10TT | I70M5x12TT | I70M5x16TT | 170M6Xx20TT | 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 .
™ | Wrench (insert WT30IT WT30IT ‘
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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rrofile miling  INdexable milling

ZOHX 1.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
P oonoos ¢ o8 968 00 O
M| SBDHBEB D DOHRBOO O
K S O @® &8
N &b SR
S CEI £ @6 BED B
H
o0 oo N NN wn (] [\ =
] — - — P — I5e) o o0 T 7
ISO RIgeollinuoocgooocoaggonn |0 oo
O03=S=25020003302823c | 2]
[ea e e e e R o e e | e B a M a Ji~a MY a R e Wi 'a R 'a WY o a R ' | s =z (ala)
S>E>>>>>>>>>>>>>>>>5 |5 [>>
ZOHX1203-GF 6 °
ZOHX1604-GF 8 °
L . | ZOHX2005-GF 10 °
Q ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
&> >, | ZOHX2005-GM 10 °
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 Cuttingdata ~ B230
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siotmiling INdexable millin
g

Slot milling

o
=

H

PNl 0T o O T FIO

K
Dimensions [mm] Inserts
Article sz | Stock o0 o o " . . Coupling E—
SMP01-100x4-K27-SN12-10 (e} 100 27 45 12 = 25 K 0.2
SMP01-125x4-K40-SN12-12 o 125 40 56 12 4 32 K 0.3 XSEQ1202
SMP01-160x4-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 2 5 32 K 03 _____ XSEQ1203
SMP01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 0.6
SMP01-100x7-K27-SN12-10 o 100 27 45 12 7 25 K 0.3
SMP01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 04
SMP01-160x7-K40-SN12-16 o 160 40 67 12 _ 7 a4 K 08 XSEQ1204
SMP01-200x7-K50-SN12-18 o 200 50 71 12 7 62 K 1.2 )
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 0.4
SMP01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 0.7
SMP01-200x6-K50-SN12-18 (e} 200 50 71 2 6 62 K 151l a—
SMP01-250x6-K50-SN12-24 o 250 50 71 12 6 87 K 1.7
SMP01-315x6-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 0.3
SMP01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 0.5
SMP01-160x8-K40-SN12-16 o 160 40 67 12 8 44 K 0.9 XSEQ12T4
SMP01-200x8-K50-SN12-18 (o) 200 50 71 12 8 62 K 14
SMP01-250x8-K50-SN12-24 o 250 50 71 12 8 87 K 22
@ Ex stock o On demand
** With internal cooling
System code B26 Grade selection B24 Technical info B527 Cuttingdata ~ B230
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Indexable milling siot miliing

Spare parts
Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
oD 63-160 63-160 63-250 63-360 63-250
Q Screwlhsart) 191M4x3.2X 191M4x3.2X 191M4x6.1X 191M4x5.1X 191M4x7.1X ,:\
(3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) ~H/
>/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO08IP WTO8IP

XSEQ L I.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 1274 | 127 | 127 | 45 | 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B HBDBE O S OB OO0 O
M| SBDHEE D DHRBO0 O
ad K o o o &
N & SR
S CCI < O% DHH: %
H
150 SssBnooflsasonssangls B |-
Q0ISSS02coo03NERBABT [T 2R
[ea e e e ~a R o N ~a o)l Waa Wi~ M2 Ji~a MY a R 2 Wi 'a QY o'a N a R 2} P4 P4 [alya)
S>E>>>>>>>>>>>>>>>>5 |> > >
XSEQ1202 o
/ ~ | XSEQ1203 o ° °
t XSEQ1204 °
=t | XSEQ12T3 . o o
XSEQ12T4 °
® 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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siotmiling INdexable millin
g

Slot milling

So0saT, T =
S TR E Iae i tae
S =
= : <> 4 j_]_']T radI @C f :r od| |@C
N 5 ‘) _ ',,&f - f =
8 — E =
A B
Dimensions [mm] Inserts
Article sl | Stock o o o " 5 | S Teeth | Coupling L/ o
ey
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 04 XSEQ1203
SMP01-100x5-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 02
SMP01-080x7-A22-SN12-08 o 80 22 40 40 7 18 8 A 0.5
SMP01-100x7-A27-SN12-10 o 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMP01-125x7-B40-SN12-12 o 125 40 72 50 7 23 12 B 1.1
SMP01-160x7-B40-SN12-16 o 160 40 70 60 7 41 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
SMPO01-100x6-A27-SN12-10 o 100 27 48 50 6 23 10 A 0.7 XSEQ12T3
SMP01-125x6-B40-SN12-12 o 125 40 72 50 6 23 12 B 1
SMPO01-160x6-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
SMP01-100x8-A27-SN12-10 o 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMP01-125x8-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 155
® 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 siot miliing

Spare parts
Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
oD 63-160 63-160 63-250 63-250 63-250
Q Screwlhsart) 191M4x3.2X 191M4x3.2X 191M4x6.1X 191M4x5.1X 191M4x7.1X ,:\
(3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) (3.4Nm) ~H/
>/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO08IP WTO8IP

XSEQ L I.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 1274 | 127 | 127 | 45 | 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B HBDBE O S OB OO0 O
M| SBDHEE D DHRBO0 O
ad K o o o &
N & SR
S CCI < O% DHH: %
H
150 SssBnooflsasonssangls B |-
Q0ISSS02coo03NERBABT [T 2R
[ea e e e ~a R o N ~a o)l Waa Wi~ M2 Ji~a MY a R 2 Wi 'a QY o'a N a R 2} P4 P4 [alya)
S>E>>>>>>>>>>>>>>>>5 |> > >
XSEQ1202 o
/ ~ | XSEQ1203 o ° °
t XSEQ1204 °
=t | XSEQ12T3 . o o
XSEQ12T4 °
® 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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siotmiling INdexable millin
g

Slot milling

T

\
7 E‘
B
3 -
- N
__ =]
-
A =
. 5
' \ =
L
K
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
@D od @c H a, Qe max
SMP03-080x8-K27-MP06-10 [¢] 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 25:1 14 K 0.4
SMP03-125x10-K40-MP06-16 e} 125 40 57 14 10 336 16 K 0.6
SMP03-125x12-K40-MP08-12 o 125 40 58.3 16 12 326 12 K 0.7
MPHT0803
SMP03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 [¢] 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 25
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 3.3
® Ex stock © On demand
* With internal cooling
Spare parts
Insert MPHT0603 MPHT0803 MPHT1204
@D 80-125 125-160 160-200
. I60M2.5x6.5 I60M3x7 I60M5x13 ) ' ’
W | Screw (insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) .<
\ 2
@ | Wrench (insert) WTO7IP WTO9IP “ >
/ Wrench (insert) WT20IS ‘ '
Systemcode .~ B26 Grade selection .~ B24 Technical info B527 Cutting data B230
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MPHT L 1.C S d
Ideal machining conditions 0603 | 635 | 635 | 318 | 28
Normal machining conditions 08 03 | 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 BDBHBHBH D S OB 00 O
o [F ;~~% , M| SBBDBH D& DHe00 O
i e K o8 O o &
ot N ® OB
A S CEI O& OHH €
H
o NssRCEaNsaN e Sada |5
r LENEERCRRS v ==
OO3SS253c000N0aBa0ec o |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>S>>>F>>>>>>>>>>5 |5 |5
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 |e ¢ ° °
@ 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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siotmiling INdexable millin
g

Slot milling

- .
a., Q J
Lo -y ’
2 Ji S 51 ,‘[ae
< B
H Cled|oc
i
C
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
@D od @c H a, Qe max
SMP03-080x8-A22-MP06-10 [¢] 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
SMP03-100x10-B27-MP06-14 ° 100 27 55 40 10 24.5 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 MPHTO0803
SMP03-200x12-C40-MP08-18 [¢] 200 40 92 50 12 52 18 C 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 C 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 € 4.2
@ Ex stock o On demand
= With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
oD 80-125 125-200 125-200
. 160M2.5%6.5 160M3x7 160M5x13 ‘

W | Screw (insert (1.0 Nm) (1.8 Nm) (6.7 Nm) ’ ! -
¢~ | Wrench (insert) WT07IP WT09IP
/ Wrench (insert) WT20IS
Systemcode .~ B26 Grade selection » B24 Technical info B527 Cutting data B230
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Indexable milling siot miliing

MPHT L 1.C S d
Ideal machining conditions 0603 | 635 | 635 | 318 | 28
Normal machining conditions 08 03 | 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 BDBHBHBH D S OB 00 O
o [F ;~~% , M| SBBDBH D& DHe00 O
i e K o8 O o &
ot N ® OB
A S CEI O& OHH €
H
o NssRCEaNsaN e Sada |5
r LENEERCRRS v ==
OO3SS253c000N0aBa0ec o |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>S>>>F>>>>>>>>>>5 |5 |5
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 |e ¢ ° °
@ 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

B158



siotmiling INdexable millin
g

Slot milling

. @Dy
s | ~——
' ’ - | 3 o 3
i e
R L1 L1
A, L
A* A
By
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
e @Dmin | od L, L
SMP05-025x3.0-XP25-QC16-01 40 25 25 89 125 1 A et
SMP05-039x3.0-XP25-QC16-03 23 39 25 89 125 3
SMP05-044x4.8-XP25-QC22-03 23 44 25 89 125 3 B QC22L
® Ex stock o On demand
s With internal cooling
Spare parts
Insert QC16L QC16L QC22L
@D 25 39 44
v Scrawinsare) 160M3.5x10 160M3.5x10 160M5x13
(2.7 Nm) (2.7 Nm) (6.7 Nm)
g/ Wrench (insert) WT15IP WT15IP WT20IP
Grade selection B24 Technical info B527 Cutting data B230

System code > B26

Turning

B159

Milling

N

Drilling

O

Technical
Information

Index



Indexable milling siot miliing

Milling inserts O  Ideal machining conditions QC16 1.C d
A €3 Normal machining conditions 16 9.525 44
§% Unfavourable machining conditions 22 12.7 55
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P [BORDBDBE D S OB OO0 O
g M| BBODBR D OPRBOO0 O
é K 8% O O &8
N & SR
S CEI X O%B DBHB €
H
el oo N NN n o o o
N — — — e — — —
B 36) 0025 |l RIS 228880052 58882882 |2 |55
VUU=SZ=2Z200000VUYU0nUYaUnYY V) = N
[oa e e e e R sl wa l e ) [ Jfe'a i wa B e'a Jfa a B ='a (i o'a W e'a [ s Y o2 ) I~ =z [ala)
S>>>>>>>>>>>>>>>>>5 |- [>>
QC16L075-R01 0.75 2 (01 o
QC16L095-R0O1 0.95 2 (01 o
2 QC16L100-RO1 1 2 |01 o
g QC16L110-RO1 11 | 2 |oa o °
QC16L120-RO1 1.2 2 (0.1 (o)
QC16L125-R02 125 2 (0.2 ()
QC16L130-R02 1.3 2 (0.2 o
QC16L145-R02 1.45 2 (0.2 ®
QC16L150-R02 1.5 2 |02 o
C QC16L160-R02 1.6 2 (0.2 ®
QC16L165-R02 1.65 2 (0.2 o
QC16L170-R02 1.7 2 (0.2 o
QC16L175-R02 1.75 2 |02 (o)
8’ QC16L185-R02 185 | 25 (0.2 o
E QC16L200-R02 2 |25]02 °
QC16L210-R02 21 25 (0.2 o
QC16L210-R05 2.1 25 (05 (0]
QC16L220-R02 2.2 25 (0.2 (o)
QC16L250-R02 25 25 (0.2 ()
D QC16L300-R02 3 3 |02 ®
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
- HW Uncoated carbide
© O
o5
£E
o O
e
x
(0]
©
£
System code . B26 Grade selection B24 Technical info B527 Cuttingdata > B230
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sotmiling  INdexable milling

Milling inserts

O  Ideal machining conditions QC16 1.C d

€3 Normal machining conditions 16 9.525 44 A
g%  Unfavourable machining conditions 22 12.7 55
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BORDBDBHE O S BB OO0 O -
M| SBDHE D OHRBOO0 O g
] K o8 O o & 5
0 N & D%
o s 2 0H VOO &
H
N.—-—mEENN-—NNNmmonN; E
ISO $+H0025 |2, [RICIR R R a2 R2ERNSRIKIK= |- |55
VUU=2=2=20000000nYaUunvull &) =
[ea e e N v a li ca =l < Je'a i aa Be'a e a B o [l s W 'a i o a MY e'a | I~ z [ala)
S>E>>>>>>>>>>>>>>>>5 |5 [=>
QC22L100-R02 1 2 (0.2 o
QC22L125-R02 1.25 2 (0.2 o
QC22L145-R02 1.45 2 (0.2 o g‘
QC22L150-R02 15 |35 (02 o E
QC22L175-R02 1.75 | 35]0.2 o
QC22L185-R02 185 | 3502 o
QC22L200-R02 2 3.51(0.2 o
QC22L230-R02 23 3.5 (0.2 o)
QC22L250-R03 25 4 103 )
QC22L265-R03 2.65 4 103 ° C
QC22L280-R03 2.8 4 103 o
QC22L300-R03 3 4 103 o
QC22L320-R03 3.2 4 103 o
QC221330-R03 33 | 4 |03 o 2
QC221350-R03 35 | 5 |03 o =
o
QC22L400-R04 4 5 |04 °
QC22L430-R04 43 5 |04 o o)
QC22L450-R04 45 5 |04 o o
QC22L480-R04 4.8 5 (04 o
® Ex stock o0 On demand HC' Coated carbide D
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(=
© O
2R
£E
o O
=
X
(3]
©
=
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Highfeedmiling  INdexable milling

High feed milling

XMRO1 Kr:15° 0 0 @ 0

oD
=

]

od

2

L1

S type insert, Weldon shank

Dimensions [mm]

Inserts

Article sz | 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 b o 25 25 0.8 5.8 60 140 3 0.46
SDMT06T2
XMR01-025-XP25-SD06-05C b3 o 25 25 0.8 5.8 60 140 5 0.44
XMR01-032-XP32-SD06-06C S o 32 32 0.8 5.8 70 150 6
XMR01-025-XP25-SD09-02 o} 25 25 1.4 8.8 60 140 2 0.5
XMR01-032-XP32-SD09-03C £ o 32 32 1.4 8.8 70 150 3 0.8 SDMT09T3
XMR01-035-XP32-SD09-03 o 35 32 1.4 8.8 70 150 3 0.8
XMRO01-040-XP40-SD12-03 o 40 40 1.8 11.7 70 150 3 1.3
SDMT1204
XMRO01-040-XP40-SD12-03C x o 40 40 1.8 117 70 150 3 1.2
XMR01-040-XP40-SD15-02 o 40 40 2.2 14 70 200 2 1.6 SDMT1505
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert SDMTO06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160
8 WD-204 WD-204 WD-208
v Serew lelamidl 160M4x8.4 160M4x8.4 160M5x13
P (3.4 Nm) (3.4 Nm) (6.7 Nm)
v T 160M2.2x5.5 160M4x8.4 160M5x13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
v Screw (insert) I60M3.5:¢
(27Nm)
¢~ | Wrench (clamp) WT15IP WT15IP WT20IP
3/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
Systemcode > B26 Grade selection > B24 Technicalinfo > B527 Cutting data B230
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Indexable milling High feed milling

SDMT L IC S d
06 T2 6.35 6.35 2.58 55
O Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
€ Normal machining conditions 1204 | 127 | 127 | 476 | 44
Milling inserts €% Unfavourable machining conditions 1505 |15.875/15.875| 556 | 55
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P oonoos ¢ o8 968 00 O
M| SBDODHEB Dk DHBRO0 |O
_ K S O @) &8
N St SR
S CCI X O%B DHH
H
M= =N ~ =2
3 r 0|02 588B0R5855888388R & |55
OU0US==2000000R0RVAKVIY |0 =&
foa e o e i ~a R s Ry ca Jr <} [ Wfe'a i wa B c'a Jfa e B 'a S wa W e'a [ o Y o' ) I~ =z [alya)
S>E>>>>>>>>>>>>>>>>> > |>>
SDMT06T208-DM 0.8 |15 o o o o
a SDMT09T312-DM 1.2 [15|e L) o o o )
v SDMT120412-DM 1.2 |15 e ° o o
SDMT150520-DM 2 |15 o
SDMT09T312-NM e ° °
SDMT120412-NM ° ° °
SDMT06T208-PM 08 |15 |e [ o e o
a SDMT09T312-PM 1.2 |15 ° o o °
% SDMT120412-PM 1.2 |15 [ o (]
SDMT150520-PM 2 |15 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

B164



Highfeed miling INd@xable milling

High feed milling

XMRO1 Kr:15° 0 0 @ O

or -~

Dimensions [mm]

Inserts

Article sz | Stock Teeth | Coupling
@D od a, ae L
XMR01-040-A16-SD06-07C xR o 40 16 0.8 5.8 40 7 A 0.178
XMR01-050-A22-SD06-07C x® o 50 22 0.8 5.8 40 7 A 0.36
XMRO01-050-A22-SD06-08C xR o 50 22 0.8 5.8 40 8 A 0.36 SDMT06T2
XMRO01-063-A22-SD06-10C £ o 63 22 0.8 5.8 40 10 A 0.53
XMR01-063-A27-SD06-10C x o 63 27 0.8 58 50 10 A 0.57
XMR01-040-A16-SD09-04 o 40 16 14 8.8 40 4 A 0.182
XMRO01-040-A16-SD09-04C x o 40 16 14 8.8 40 4 A 0.182
XMRO01-040-A16-SD09-05 o 40 16 14 8.8 40 5 A 01 81
XMR01-050-A22-SD09-04C £ ° 50 22 14 8.8 40 4 A 0.3
XMRO01-050-A22-SD09-05C £ o 50 22 1.4 8.8 40 5 A 0.3 SDMT09T3
XMRO01-063-A22-SD09-06C x® ° 63 22 14 8.8 40 6 A 0.5
XMRO01-063-A27-SD09-06C b o 63 27 14 8.8 50 6 A 06 -----
XMRO01-063-A22-SD09-07C *® ° 63 22 14 8.8 40 7 A 044
XMRO01-063-A27-SD09-07C £ o 63 27 14 8.8 50 7 A
XMR01-050-A22-SD12-03C X o 50 22 1.8 7 40 3 A
XMR01-050-A22-SD12-04C b ° 50 22 1.8 11.7 40 4 A
XMRO01-052-A22-SD12-04C ® o 52 22 1.8 117 40 4 A
XMRO01-052-A22-SD12-05C P o 52 22 1.8 117 40 5 A
XMR01-063-A22-SD12-05C £ ° 63 22 1.8 il 40 5 A 0.5
XMRO01-063-A27-SD12-05C P ° 63 27 1.8 117 50 5 A 0.6 _
XMRO01-063-A22-SD12-06C x ° 63 22 1.8 11.7 50 6 A 0.55
XMRO01-066-A27-SD12-05C £ o 66 27 1.8 T/ 50 5 A 056 SDMT1204
XMRO01-080-A27-SD12-05C x ° 80 27 1.8 1.7 63 5 A 0.9
XMRO01-080-A27-SD12-06C £ ° 80 27 1.8 1.7 50 6 A 0.9
XMR01-080-A27-SD12-07C £ ° 80 27 1.8 7 50 7 A 0.93 -
XMR01-080-A27-SD12-08C B ° 80 27 1.8 11.7 50 8 A 0.92
XMRO01-100-B32-SD12-06 ° 100 32 1.8 117 50 6 B 18 _____
XMRO01-100-B32-SD12-06C £ ° 100 32 1.8 117 50 6 B 1.8
® Ex stock © On demand
* With internal cooling

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

Dimensions [mm]

Inserts

Article sz | Stock Teeth | Coupling
‘ @D od a, ae L
XMR01-100-B32-SD12-07C ® o 100 32 1.8 7z 50 7 B
XMR01-125-B40-SD12-08C E ° 125 40 1.8 1.7 63 8 B SDMT1204
XMRO01-125-B40-SD12-09C x L] 125 40 1.8 U7/ 63 9 B
XMR01-063-A22-SD15-04C £ o 63 22 2.2 14 40 4 A
XMR01-100-B32-SD15-07 o 100 32 2.2 14 50 74 B 12 SDMT1505
XMRO01-125-B40-SD15-09 o 125 40 2.2 14 63 9 B 29
® Ex stock o0 On demand
** With internal cooling
Spare parts
Insert SDMTO06T2 SDMTO09T3 SDMT1204 SDMT1505
oD 20-63 25-63 32-160 40-160
8 WD-204 WD-204 WD-208
v Serews (clammp) 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)
v Screw (insert) B0 2
(27 Nm)
§>,/ Wrench (clamp) WT15IP WT15IP WT20IP
5?“»/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP

System code > B26

B166

Grade selection > B24

Technical info ) B527

o~

zcc-cT

Cutting data } B230



Highfeed miling INd@xable milling

SDMT L 1.C S d
06 T2 | 635 | 635 | 258 5.5
O  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
€ Normal machining conditions 1204 | 127 | 127 | 476 44
Milling inserts €% Unfavourable machining conditions 1505 |15.875/15.875 556 | 55
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORDBDBHE O Sk BB OO0 O
a¥7 M| SBDHER D OORBOO O
e K 8% O o %
1 |
=t N & SR
\
S S LI € OB DHBH =
H
N-——mEENN-—NNNmmonN; E
IS0 r a3 R0 2l2ESRAQRIRIA=- [= |55
VUU=S2=2=200000 0000 unuvul V) = N
[oa e e e o R oy o o | aa B a M2 Qi ~a M a R e Wi 'a QY 'a WY o'a B 'a | P4 = (@) o)
S>E>>>>>>>>>>>>>>>>> |> > >
SDMTO06T208-DM 0.8 |15 o o o o
SDMT09T312-DM 1.2 [15|e ° o O °
SDMT120412-DM 1.2 [15|e ° o o
SDMT150520-DM 2 |15 o
SDMTO09T312-NM ° o e °
SDMT120412-NM ) °
SDMT06T208-PM 08 [15|e ° o e o
P | | SDMT09T312-PM 12 |15 ° o °
SDMT120412-PM 1.2 |15 ) °
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 Cuttingdata ~ B230
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Indexable milling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

/ \ EDF? C)C] |0
D _." ap L
al L
® W type insert, Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od a, ae L, L g
XMR01-020-XP20-WP05-02C-M b o 20 20 135 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 WPGT0503
XMRO01-020-XP20-WP05-02-XL o 20 20 15 38 130 250 2 0.8
XMR01-025-XP25-WP06-02C-M £ o 25 25 1.5 4.35 60 140 2 0.4
XMR01-025-XP25-WP06-02-L o 25 25 1.5 4.35 120 200 2 0.6
XMR01-025-XP25-WP06-02-XL o 25 25 15 4.35 180 300 2 1
XMR01-032-XP32-WP06-03C-M x o 32 32 {135 4.35 70 150 3 0.8
XMR01-032-XP32-WP06-03-L o 32 32 1.5 4.35 120 200 3 1 WPGTO604
XMR01-032-XP32-WP06-03-XL o 32 32 155 4.35 180 300 3 1.6
XMR01-040-XP32-WP06-03C-M b o 40 32 1.5 4.35 50 150 3 0.9
XMR01-040-XP32-WP06-03-XL o 40 32 135 4.35 50 300 3 1.8

® Ex stock

* With internal cooling

o On demand

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
o@D 20 25-40
W | screw inser I60M3.5x6.5 160M4x8.4 /
(2.7 Nm) (3.4Nm)
¢ | Wrench (insert) WT10IP WT15IP
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
N
B168 v



Highfeed miling INd@xable milling

O  Ideal machining conditions WPGT 1.C S d
€ Normal machining conditions 05 03 7.94 3.5 4
Milling inserts &% Unfavourable machining conditions 0604 | 9525 | 4.2 44
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
ﬂ%; M| SBOHER D OHRBO0 O
—1] K 8% O o &
My N o o
SN S CCI X OB SEH %
H
5 NcsBnENRsesdnssands |5
f o S oo = ) Vo= =
O03SSS53000830RBR0E o 2]
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>5 |= > >
WPGT050315ZSR-PM 1.5 °
@9 | WPGT060415Z5R-PM 15 |o oo .
-—
WPGT050315ZSR 15 | e
6 WPGT060415ZSR 15 |o o o o
N———
® 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 Cuttingdata ~ B230
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Indexable milling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

2

'l

W type insert, Arbor mounting

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling i A2,
@D od a, ae L @ g
XMRO01-050-A22-WP06-04 ° 50 22 1.5 435 50 4 A 0.4
XMRO01-050-A22-WP06-04C x ° 50 22 1.5 435 50 4 A 0.4 HFGINatA
XMR01-050-A22-WP08-03 o 50 22 1.5 5.66 50 3 A 0.4
XMRO01-063-A27-WP08-04 ° 63 27 15 5.66 50 4 A 0.7
XMRO01-063-A22-WP08-04C £ ° 63 22 1.5 5.66 50 4 A 0.7
XMRO01-063-A27-WP08-04C x o 63 27 15 5.66 50 4 A 0.7
XMRO01-080-A27-WP08-05C * ° 80 27 1.5 5.66 63 5 A 15 WPGTO806
XMRO01-100-B32-WP08-06 ° 100 32 1.5 5.66 63 6 B 22
XMRO01-125-B40-WP08-07 ° 125 40 155 5.66 63 7 B 35
XMRO01-160-B40-WP08-08 o 160 40 1.5 5.66 63 8 B 6
XMR01-063-A22-WP09-03C * o 63 22 3 6.8 50 3 A 0.7
XMR01-080-A27-WP09-04C £ o 80 27 3 6.8 63 4 A 1.4
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
XMRO1-160-B40-WP09-07 o 160 40 3 6.8 63 7 B 6.3
® Ex stock 0 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
A
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Highfeedmiling  INdexable milling

Spare parts
Insert WPGT0604 WPGT0806 WPGT0907
oD 50 50-160 3-160
8 WD-208 WD-208
v Seew [clamp 160M5x13 160M5x13
P (6.7 Nm) (6.7 Nm)
v Screw (insert) 160M4x8.4 160M5x13 160M5x%13
(3.4 Nm) (6.7 Nm) (6.7 Nm)
/X Wrench (clamp) WT20IT WT20IT
A | Wrench (insert) WT15IS
P | Wrench (insert WT20IT WT20IT
WPGT 1.C S d
O Ideal machining conditions 06 04 | 9.525 4.2 44
€ Normal machining conditions 08 06 | 12.85 | 6.35 5.5
Milling inserts g%  Unfavourable machining conditions 09 07 15 7 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P D% HBDBE D S BB OO0 O
i:: M| SBRODBR G OHRBOO O
S5 K o8 O o %
~ N & €8
S S CCIR < O&% HHD €&
H
o0 oo o NN n (] o =
o e n = [50) o o T 6
ISO r g8 eldl A L e B Sis g NS S Sl ol siE
O03S=25023000030R0R200 | 2]
[ea e e e e R o e e | e B a M a Ji~a MY a R e Wi 'a R 'a WY o a R ' | s =z (ala)
SE>S>>S>S>>>>>>>>>>>>5 |5 |=>
& WPGT060415ZSR-PM 15 |e o0 °
(@9 | WPGT080615ZSR-PM 15 o oo .
WPGT090725ZSR-PM 2.5 °
8 WPGT060415ZSR 15 |e )
6 WPGT080615ZSR 15 @ o
~~— | WPGT090725ZSR 25 o e
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
N 3 N S N\ " N\
Systemcode .~ B26 Grade selection .~ B24 Technicalinfo . B527 Cuttingdata ~ B230
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poremiling INdexable milling

Bore milling

B
@D ,
b
apl R
L i IR | 1
T L : I I: | ; I :l | : |
ﬂ‘d od
C D
Dimensions [mm] Inserts
Article stz | Stock Teeth | Coupling —
' @0 | od | b | a | L @
XMP01-080*18-B27-CNE1210-08 ° 80 27 18 15 50 8 B 0.67
XMP01-100%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
XMP01-160%27-C40-CNE1210-18 ° 160 40 27 25 63 18 @ 37 ENET
XMP01-200*27-C60-CNE1210-21 ° 200 60 27, 3.5 63 21 G 5.46
XMP01-250%36-C60-CNE1210-32 ° 250 40 36 56.5 63 32 @ 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) lo0idax12
(34Nm)
8/ Wrench (insert) WT15IP
System code > B26 Grade selection > B24 Technical info > B527 Cutting data :} B230
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Indexable mllling Bore milling

©  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 DR DBDBE OB S OB OO0 O
R/C
~ M| SBDHBER B OHRBO0 O
W K S O @) g8
N &b SR
S CCI < O%G DOHH
H
|m velwleBsBREoRz8s0emsg8ags 5 o
0355258005033 82383R3380 |& |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |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

B174



Tslotmiing INdexable milling

T-slot milling

TMPO1 Kr: 90° 0

L1

L2

- o
- 2N\ on|- | 3 oo
)
.1 ” . ®
é U L3
-
Weldon shank
Dimensions [mm] Inserts
Article stz | Stock Teeth |No. of inserts|T-slot specifi-
@D | @D, od L, L, L; cation
TMP01-021-XP25-MP06-01 (] 21 25 10 100 32, 2 1 2 12
MPHT0603
TMP01-025-XP25-MP06-01 ° 25 25 12 100 35 il 1 2 14
TMP01-032-XP32-MP08-02 ° 32 32 15 110 45 14 2 4 18 MPHT0803
TMP01-040-XP32-MP12-02C *® ® 40 32 19 125 55 18 2 4 22
TMP01-050-XP40-MP12-02C £ o 50 40 25 140 65 22 2 4 28 MPHT1204
TMP01-060-XP50-MP12-02 ° 60 50 32 160 80 28 2 6 36
® Ex stock © On demand
=< With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 21-25 32 40-60
v S cranylisert) 160M2.5%5.5 160M3x7 160M5x10
(1.0 Nm) (1.8 Nm) (6.7 Nm) y
P
¢ | Wrench (insert) WTO7IP WT09IP o
e
A | Wrench (insert) WT20IT | §
System code B26 Grade selection .~ B24 Technical info B527 Cutting data > B230
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Indexable milling  siot miliing

MPHT L 1.C S d
Ideal machining conditions 0603 | 635 | 635 | 318 | 28
€3 Normal machining conditions 08 03 | 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 BDBHBHBH D S OB 00 O
o [F ;~~% , M| SBBDBH D& DHe00 O
i e K o8 O o &
ot N ® OB
A S CEI O& OHH €
H
o NssRCEaNsaN e Sada |5
r LENEERCRRS v ==
OO3SS253c000N0aBa0ec o |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>S>>>F>>>>>>>>>>5 |5 |5
MPHT060304-DM 04 |e ° °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 |e ¢ ° °
@ 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

B176



Helicalmiling  INdexable milling

Helical milling

.r oo| B ) o0
'\ ©
e
| L1
L
| Weldon shank
/’
Dimensions [mm] Teeth Inserts
Article stz | Stock Teeth Shanktype —
@D e od L, L row | APKT | SPMT
HMP01-040x55-XP40-5P12-02 40 55 40 95 175 2 1 5 Weldon APKT1504 &
HMP01-050x55-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) 160M5x10 160M5x13
(6.7 Nm) (6.7 Nm) “
Wrench (insert) WT20T WT20T V
System code * B26 Grade selection ,” B24 Technical info 1 B527 Cutting data \\ B230
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Indexable mllling Helical milling

©  Ideal machining conditions APKT L S d
€3 Normal machining conditions 15 04 16.33 | 4.76 5.4
MiIIing inserts §%  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
11 = M| SBDHBER B OHRBO0 O
ST K ®% O o £
1
- N &b SR
5] S CCI < O%G DOHH
H
“ wessBnEosastnasenns |5
r | hel CE QB =2 — SIS
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
E APKT150412-PM 1.2 127 [ (]

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

O  Ideal machining conditions SPMT L I.C S d
€3 Normal machining conditions 12 04 12.7 127 | 476 55
Mi||ing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 55 BHBE O S BHe OO0 |O
M| SBDODBR D BHBEO0 O
K D O o g8
N &b Dk
S CEI O& DHH: €&
H
IS0 NcsREnadlsasrzsgsgyn &
r a2 S 2=~ = = ==
BO0SSS3030003NTRBRAT & |28
(e g e R ea o o i ol o Y ~a Yl lfo'a M aa B 'a MY aa Ja a N2 Wi c'a WY 2 Mo a JY 2 ) g Z (alya)
S>E>>>>>>>>>>>>>>>>|> > > >
SPMT120408-PM 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 Cuttingdata > B230

<>
B178 4‘!"



Helicalmiling  INdexable milling

Helical milling

@D

Dimensions [mm] Teeth Inserts
Article sz | Stock Teeth row Shanktype
@D e L, L APKT | SPMT
HMPO01-050x84-BT50-SP12-04 o 50 84 145 246.8 4 2 16 BT
HMP01-050x84-JT50-SP12-04 o 50 84 145 246.75 4 2 16 JT
HMPO01-063x74-BT50-SP12-04 o 63 74 135 236.8 4 2 14 BT
HMPO01-063x74-JT50-SP12-04 o 63 74 135 236.75 4 2 14 JT
HMPO01-063x104-BT50-SP12-04 o 63 104 165 266.8 4 2 20 BT
HMPO01-063x104-JT50-SP12-04 ° 63 104 165 26675 4 2 20 JT APKT1504 &
HMPO01-063x134-BT50-SP12-04 o 63 134 195 29638 4 2 26 BT SPMT1204
HMP01-063x134-JT50-SP12-04 o 63 134 195 296.75 4 2 26 JT
HMPO01-080x104-BT50-SP12-04 [¢] 80 104 165 266.8 4 2 20 BT
HMPO01-080x104-JT50-SP12-04 o 80 104 165 266.75 4 2 20 JT
HMP01-080x144-BT50-SP12-04 [¢] 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 0 On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204
@D 50-80
v Screw (insert) EOaR10 M" S
(6.7Nm) )
| Wrench (insert) WT201S
System code > B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Helical milling

©  Ideal machining conditions APKT L S d
€3 Normal machining conditions 15 04 16.33 | 4.76 5.4
MiIIing inserts §%  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
11 = M| SBDHBER B OHRBO0 O
ST K ®% O o £
1
- N &b SR
5] S CCI < O%G DOHH
H
“ wessBnEosastnasenns |5
r | hel CE QB =2 — SIS
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
E APKT150412-PM 1.2 127 [ (]

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

O  Ideal machining conditions SPMT L I.C S d
€3 Normal machining conditions 12 04 12.7 127 | 476 55
Mi||ing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 55 BHBE O S BHe OO0 |O
M| SBDODBR D BHBEO0 O
K D O o g8
N &b Dk
S CEI O& DHH: €&
H
IS0 NcsREnadlsasrzsgsgyn &
r a2 S 2=~ = = ==
BO0SSS3030003NTRBRAT & |28
(e g e R ea o o i ol o Y ~a Yl lfo'a M aa B 'a MY aa Ja a N2 Wi c'a WY 2 Mo a JY 2 ) g Z (alya)
S>E>>>>>>>>>>>>>>>>|> > > >
SPMT120408-PM 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 Cuttingdata > B230

N
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Helicalmiling  INdexable milling

Helical milling

HMPO1 EC Kr: 90° 0

il
e \, ey
« /g/f‘ 2 : @D
- e ° A\l ’
o
Dimensions [mm] Teeth Inserts
Article sz | Stock Teeth row Shanktype
@D e L, L APKT | SPMT
HMPO01-050x84EC-BT50-SP12-04 o 50 84 145 246.8 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 o 63 74 135 236.75 4 2 14 JT
HMPO01-063x104EC-BT50-SP12-04 o 63 104 165 266.8 4 2 20 BT
HMPO01-063x104EC-JT50-5P12-04 o 63 104 165 26675 4 2 20 T APKT1504 &
HMPO01-063x134EC-BT50-SP12-04 o 63 134 195 29638 4 2 26 BT SPMT1204
HMP01-063x134EC-JT50-SP12-04 [ 63 134 195 296.75 4 2 26 JT
HMPO01-080x104EC-BT50-SP12-04 e} 80 104 165 266.8 4 2 20 BT
HMPO01-080x104EC-JT50-SP12-04 o 80 104 165 266.75 4 2 20 JT
HMPO01-080x144EC-BT50-SP12-04 [¢] 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 0 On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 50 63 80

A} | indexable head 050EC 063EC 080EC
/ Serav (hiead) M10x50 M10x50 M12x55

(16.6 Nm) (16.6 Nm) (25.2Nm)
v Screw {isert) 160M5x13 160M5x13 160M5x13

(6.7 Nm) (6.7 Nm) (6.7 Nm)
¢ | Wrench (head) WHsoL WHsoL 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

©  Ideal machining conditions APKT L S d
€3 Normal machining conditions 15 04 16.33 | 4.76 5.4
MiIIing inserts §%  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
11 = M| SBDHBER B OHRBO0 O
ST K ®% O o £
1
- N &b SR
5] S CCI < O%G DOHH
H
“ wessBnEosastnasenns |5
r | hel CE QB =2 — SIS
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>5 |5 >
E APKT150412-PM 1.2 127 [ (]

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

O  Ideal machining conditions SPMT L I.C S d
€3 Normal machining conditions 12 04 12.7 127 | 476 55
Mi||ing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 55 BHBE O S BHe OO0 |O
M| SBDODBR D BHBEO0 O
K D O o g8
N &b Dk
S CEI O& DHH: €&
H
IS0 NcsREnadlsasrzsgsgyn &
r a2 S 2=~ = = ==
BO0SSS3030003NTRBRAT & |28
(e g e R ea o o i ol o Y ~a Yl lfo'a M aa B 'a MY aa Ja a N2 Wi c'a WY 2 Mo a JY 2 ) g Z (alya)
S>E>>>>>>>>>>>>>>>>|> > > >
SPMT120408-PM 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 Cuttingdata > B230

N
- <



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° O

>

od

L

Straight shank

Dimensions [mm] Inserts
Article Stock Teeth
@D od L L y
e
CMZ01-012-G20-SP12-01 112 20 40 100 1 0.2
CMZ01-025-G25-SP12-02 25 25 40 120 0.8 SPMT1204
CMZ01-032-G32-SP12-03 32 32 40 180 3 1]
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
3 143M5x11
v Screw (insert) 67Nm) j \\ -
| Wrench (insert) WT201S \
Grade selection B24 Technical info B527 Cutting data B230

System code > B26
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
B184 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° O

el

od

L1

L

VA
Q Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L L y
e
CMZ01-025-XP25-SP12-02 25 25 40 120 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
1 143M5x11
v Screw (insert) 67Nm) j \\ -
| Wrench (insert) WT201S \
Grade selection B24 Technical info B527 Cutting data B230

System code > B26
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
B186 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° O

>

Q
O

N
1

1

L1

L.

Straight shank

Dimensions [mm] Inserts
Article Stock Teeth
@D od L L y
e
CMAO01-012-G20-SP12-01 2 20 40 100 1 0.2
CMA01-025-G25-SP12-02 25 25 40 120 0.8 SPMT1204
CMA01-032-G32-SP12-03 32 32 40 180 3 151
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
3 143M5x11
v Screw (insert) 67Nm) j \\ -
| Wrench (insert) WT201S \
Grade selection B24 Technical info B527 Cutting data B230

System code > B26
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
B1ss v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° O

el

Q
O

N
1

1

od

L1

L.

VA
Q Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L L y
—
CMAO01-012-XP20-SP12-01 2 20 40 100 1 0.2
CMAO01-025-XP25-SP12-02 25 25 40 120 0.6 SPMT1204
CMAO01-032-XP32-SP12-03 32 32 40 100 3 1
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-32
. 143M5x11
v Screw (insert) 67Nm) \\ -
| Wrench (insert) WT201S \
System code > B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
B190 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° O

el

60 L1

L

VA
Q Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L L y
e
CMDO01-012-G20-SP12-01 12 20 40 100 1 0.2
CMDO01-025-G25-SP12-02 25 25 40 120 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
1 143M5x11
v Screw (insert) 67Nm) j \\ -
| Wrench (insert) WT201S \
Grade selection B24 Technical info B527 Cutting data B230

System code > B26
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
B192 v



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° O

el

60 L1

L

VA
Q Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L L y
e
CMDO01-012-XP20-SP12-01 12 20 40 100 1 0.2
CMDO01-025-XP25-SP12-02 25 25 40 120 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
1 143M5x11
v Screw (insert) 67Nm) j \\ -
| Wrench (insert) WT201S \
Grade selection B24 Technical info B527 Cutting data B230

System code > B26
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Indexable mllling Chamfer milling

©  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 4.76 5.5
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR DBDBE OB S OB OO0 O
M| SBDHBER B OHRBO0 O
K S O @) g8
N &b SR
S CCI < O%G DOHH
H
- NssRCEaNsaNYnegSnda |5
¢ ) S oo ) ) — =
O83SS2530000N02680a o |28
[ea e e e~ a R~ a i ~a J ~a )| o Ji~a M2 Ji~a NiYa a R ~'a Wi 'a Wi o'a N a R 2 ) Pl < [ala)
S>E>>>>>>>>>>>>>>>>= = ==
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ © ® 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 V B527 Cutting data B230
N
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acHseries  INndexable milling

Profile milling

QCH - XPHT & @

MD
D1

Turning
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Dimensions [mm] Inserts
Article e | Stock Teeth
o0 | op, | a L | mD g
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
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 o On demand
¢ With internal cooling
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32
v Screw {isert) 160M2.5%6.5 160M4x10 160M5x13.2 160M5x13.2
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm)
v Screw (insert) IGOM3 5
(27 Nm)
5/ Wrench (insert) WT10IP
) Wrench (insert) WT20IT WT20IT
¢~ | Wrench (insert) WTO7P
/ Wrench (insert) WT155
System code B26 Grade selection B24 Technical info B527 Cutting data B230

B195
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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
€ Normal machining conditions 30 30 6.35 5.8
Milling inserts $%  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR ODBE D S SHBe OO0 O
M| SBDDB D& DORROO O
K S O @ o8
N D B
S CEI OB DBBB =
H
| oo N NN n o~ o~ =
N = — B — ™M o m e =]
1SO R|alBSEAB 222N IRa8 N2 5
BO0J3SS2030000NTRBRGT & |28
[ea e e e e R ~a i ~a o || aa Wi~ M a Qi oa Mo a B e MY 'a WY o'a Mo a R o2 ) 4 Z (&) o)
S>>>>>>>>>>>>>>>>>5 |5 |[>>
XPHT16R0803-GM 8 9 [}
XPHT20R10T3-GM 10 | 9 °
&P | XPHT25R1204-GM 125 9 .
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
N
B196 v



acHseries  INndexable milling

High-feed mills

QCH-SDMT Kr: 15° 0 0 @

i i
’im\ il \1\\~M =

L
Dimensions [mm] Inserts
Article s | Stock Teeth
@D @D, 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 SDMTO06T2
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 SDMTO09T3
QCH-35-SDMT09-M16-03 e} 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 0 On demand
** With internal cooling
Spare parts
Insert SDMT06T2 SDMT09T3 SDMT1204
@D 20-35 25-35 32-40
8 cmp WD-204 WD-204
« Screw (clamp) I60MA:x34
(34Nm)
v Screw (clamp) Io0M3.5:4
(27 Nm)

v Serewr(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 1 B527 Cutting data \\ B230
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Indexable mllling QCH series

SDMT L ILC S d
O  Ideal machining conditions 06T2 | 635 | 635 | 258 | 55
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts g8 Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HBDBE O S OB 00 O
M| SBDHR D& DHe00 O
. K D O O EX]
N L SR
S CCHR < O& OHH €
H
150 NssRnRNNsaSNnesNndE |5
r |a LENEERCRRS v ==
O0J3SSS580008NgaBaso |o 2]
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SESS>SSE>S>SS>S>>>S>>>>>5 |5 |5
SDMT06T208-DM 0.8 |15 o o o o
SDMT09T312-DM 1.2 [15]e [ o o o °
SDMT120412-DM 1.2 |15 | e ® [olie)
SDMT09T312-NM o e
SDMT120412-NM £l o e °
: : SDMT06T208-PM 08 [15|e ° o e o
@9 | sDMT09T312-PM 12 |15 . o o o
WSS | SDMT120412-PM 12 |15 ° °
® 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

B198



acHseries  INndexable milling

High-feed mills

QCH-WPGT Kr: 11°-22° 0 & @

Dimensions [mm] Inserts
Article sz | Stock Teeth y

@D @D, L MD &
QCH-20-WPGT05-M10-02 [¢] 20 18 30 10 2 0.056 WPGTO0503
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
QCH-35-WPGT06-M16-03 [ ] 35 30 45 16 3 0.201 wraTReoA
QCH-42-WPGT06-M16-04 o 42 29 43 16 4
QCH-35-WPGT08-M16-02 L] 35 30 45 16 2 0.196 WPGT0806

® Ex stock

¢ With internal cooling

o On demand

Variable lead angle (lead angle ist hier dependent on size of inserts)
lead angle: WPGTO05: 16°% WPGTO06: 22°; WPGT08: 11°; WPGT09: 21°

Spare parts

Insert WPGTO0503 WPGT0604 WPGT0806

@D 20 25-42 35
a Clamp WD-208
v Screw (clamp) OMS13

(6.7Nm) ‘
v Screw linsert) 160M4x8.4 160M5x13
(3.4 Nm) (6.7 Nm)
v Screw (insert) IGOM3.508TT
(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 0503 | 7.94 35 4
€3 Normal machining conditions 06 04 | 9525 | 4.2 44
Milling inserts §%  Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HBDBE O S OB 00 O
ﬁ%: M| SBDHR D& DHe00 O
~ K o8 O o &
2] N o OB
N S CCHR < O& OHH €
H
- 35sBEENds83 2888 |5
r LENEERCRRS v ==
OO3SS253c000N0aBa0ec o |28
[ea e R o R~ a i ~a R~ a i ~a J=a || aa Qi a'a N a'a QY o'a MYa a WY o'a Wi o'a Wi o'a WYa'a R 'a ) [l = (@] =]
SES>S>S>S>F>>>>>>>>>>5 |5 |FF
WPGT050315ZSR-PM 1.5 °
@9 | WPGT060415ZSR-PM 15 | o oo .
W | \ypT08061525R-PM 15 | o .
WPGT050315ZSR 15 |e
6 WPGT060415ZSR 15 |o .
~~— | WPGT080615ZSR 15 |
® 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

B200



acHseries  INndexable milling

QCH series

QCH - APKT Kr:90° @

MD
@D+

Dimensions [mm] Inserts
Article e | Stock Teeth
@D @D, a, L MD l\ L)
QCH-16-APKT11-M8-02 ° 16 2.5 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 29 105 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 © On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604
oD 16-40 25-40
. I60M4x84 |
v Screw (insert) (34Nm)
v Screw (insert) IBOM256ST
(1.0Nm)
¢ | Wrench (insert) wT08IP WT15IP
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling QCH series

©  Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 12.24 3.6 2.8
Milling inserts g% Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
5 P | SOHBHBE D B8 DB OO0 O
5 M| SBDBDBEH B DBHBOO O
' & od K 8% O o &
; o N ® D
88" L s % B 08 908 %
H
NssRnRoNssaNnagsanns |B
%0 MYIEBESS25850000323838C |2 |28
4 H B HEHHBHEHAHBE
APKT11T304-ALH 04 | 65 ° L)
T@ | APKT11T308-ALH 08 | 65 . oo
APKT160408-ALH 0.8 |19.33 ° [ )
APKT11T304-APF 04 | 65 °
g APKT11T308-APF 08 | 6.5 o °
APKT160408-APF 0.8 |19.33 ® O
APKT11T304-APM 04 | 65 ® ° °
APKT11T308-APM 0.8 | 6.5 ° ° o ° o
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 [ ° °
APKT11T320-APM 2 |65 ° ° ©
g APKT160408-APM 0.8 |9.33 ° L I ) o ® o
APKT160416-APM 1.6 1933 [ ° @
APKT160420-APM 2 1933 [ [ °
APKT160424-APM 24 /933 ® ° °
APKT160430-APM 3 1933 ® °
APKT11T304-LH 04 | 65 o
& APKT11T308-LH 08 | 6.5 °
APKT160408-LH 0.8 19.33 o
APKT11T308-NM °
OB | APkTi1T312-NM
APKT11T304-PF 04 | 6.5 o ¢ o o o
APKT11T308-PF 08 | 6.5 o
@ | APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 1933 o o o o
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |o o o o o o
APKT11T308-PM 08 | 65 |0 o o o] ©) o o o o
L @Y APKT11T312-PM 12 | 65 o] o o o
W | APKT11T316-PM 16 | 6.5 o oo o
APKT160408-PM 0.8 [933|0 0 O @ ® O O o o o °
APKT160416-PM 1.6 |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

B202



acHseries  INdexable milling

O  Ideal machining conditions APKT L S d
€ Normal machining conditions 11 T3 12.24 3.6 2.8
Milling inserts &8 Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P BORBDBE O S SOHBe OO0 O
r
: M| SBOHER D OHRBO0 O
e & ol K 8% O o %
: 110 N $ $ *
8g° L s & B 06 BOG %
H
o wl8ss8555 883 8885 |
r ; ol =] = = = — = =
O03SSS52000830RB8R0c | 2]
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
SE>>>>>>>>>>>>>>>>= > > >
APKT11T304-PR 04 | 6.5 o o
@S z
Ty APKT11T316-PR 16 | 6.5 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 Cuttingdata ~ B230
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Indexable m|||ing QCH series

QCH series

QCH-RD 0 & @

A

Turning

—
@D
MD
@D

®

B L
(@]
=
E Dimensions [mm] Inserts
Article sz | Stock Teeth
@D @D, L MD
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
C QCH-25-RD07-M12-03 o 25 21 35 12 3 0.093
QCH-20-RD10-M10-02 o 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
o QCH-32-RD16-M16-02 o 32 30 45 16 2 0.156 RDKW1605
c
= @ Ex stock o On demand
a = With internal cooling
Spare parts
D Insert RDKW0702 RDKW10T3 RDKW1605
oD 16-25 20-32 32
v Screw (insert) 160M2.5%5.0 160M4x8 160M5x13 ‘
(1.0Nm) (3.4 Nm) (6.7 Nm)
c
© O
2 =
s g ¢ | Wrench (insert) WTO8IP WT15IP
u S
o O
=z
% Wrench (insert) WT20IT
x
(3}
©
=
System code ;}" B26 Grade selection > B24 Technical info :}v B527 Cutting data —:“/ B230

N
01 <



acHseries  INndexable milling

O  Ideal machining conditions RDKT
€ Normal machining conditions 10 T3
MiIIing inserts &8 Unfavourable machining conditions
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N 8 SR
S CCI X OB SEH %
H
- NssBERN a8 nE B oo
CB35508000830823R3380 |& |28
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
S>> >>>>>>>>>5 |5 >
RDKT10T3MO-MM o
® 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 07 02 7 2.38 2.7
§% Unfavourable machining conditions 103 10 3.97 4.4
Milling inserts 1605 | 16 | 556 | 55
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
& P DR BDE O S OO OO0 O
M| SBDBR D OHRBO0 O
a K D O @) &8
© wod
N St St
bﬂ[‘ 15 S % OB HBBB %
H
o R L EU B B L e
O03SSS58000000R8308/0 [T 2R
[~ N e el -~ a i ~aJir~a ) fea W =a i aa Je'a e a B e i s W o'a s a B e'a | I~ =z [ala)
SE>>>>>>F>>>>>>>>>>5 |5 >
RDKW10T3MO ® O o ® O o
Q RDKW1605MO o (ol e} o
RDKW0702MO-1 ° 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 Technical info B527 Cutting data B230
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Indexable mllling QCH series

QCH series

QCH-RD

®

MD

@D1

Dimensions [mm] Inserts
Article sz | Stock o0 oD, ) VD Teeth 3
QCH-15-RDKW0702-M8-02 ° 15 12.5 23 8 2
QCH-15-RDKW0702-M8-03 ° 15 12.5 23 8 3
RDKW0702
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
RDKW1003
QCH-30-RDKW1003-M16-04 ° 30 29 43 16 4
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
QCH-32-RDKW1604-M16-02 ° 32 29 43 16 2 RDKW1604
® Ex stock © On demand
* With internal cooling
Spare parts
Insert RDKW0702 RDKW1003 RDKW12T3 RDKW1604
2D 20-42 24-42 32
(1) Clamp WX16N
v Screw (clamp) Bosxlg
(50Nm)
. Screw (clamp) LOM3.5%7.1
v Scrawilisert) 160M2.5%5.0 160M3.5x7.7 160M3.5x7.7 160M4.5x10
(1.0Nm) (2.7 Nm) (2.7 Nm) (5.0Nm)
3‘/ Wrench (insert) WTO07P WT15P WT15P
) Wrench (insert) WT20T
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
N
B206 v



acHseries  INndexable milling

RDKW 1.C S d
07 02 7 2.38 2.7
O  Ideal machining conditions 10 03 10 3.18 39
€ Normal machining conditions 123 12 3.97 39
Milling inserts §%  Unfavourable machining conditions 1604 | 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BORDBDBE O S OO OO0 O
M| SBDDBER D OHRBO0 O
: K 8% O O @
3 - @d
N &b SR
M 1% S K OB GBBB %
H
m o oY N NN wn o~ o <
o = 6 T 5 = Mmoo Nm A b
1SO oMLY Roecl2soaAQ o w o =
O0SSS2008000U0N0RBRGT & 28
[ea e e e e o e == | e B~ Jiaa Ji~a MY a R o'a Wi 'a R 'a Mo a R o' | Pt zZ [ala)
S>E>>>>>F>>>>>>>>>>5 |5 >
RDKW0702MO-1 ° o °
RDKW0702MO-2 °
RDKW1003MO-1 o e o L)
RDKW1003MO-2 °
RDKW1003MO-3 ° °
a RDKW12T3MO-1 o e o o0
e RDKW12T3MO-2 ° o
RDKW12T3MO-3 ° °
RDKW1604MO-1 ° o e 0o 0
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 milling ocH series

QCH se

QCH - ZOHX

ries

<

@D

(o

MD

@D+

L

Dimensions [mm] Inserts
Article sk Stock . !
@D @D, 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 ° 30 30 45 16 0.18 ZOHX32
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
oD 16 20 25 30 32
‘ Screw (s 170M5%x12TT 170M5x16TT 170M6x20TT 170M8x25TT 170M8%x25TT
(6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
/ Wrench (insert) WT20IP WT20IP WT20IP
) Wrench (insert) WT30IT WT30IT
System code B26 Grade selection \ B24 Technical info B527 Cutting data , B230
N
B20s ‘ l



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
ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHREDBDBE O DB DHBH OO0 O
M| SBODBR B OORBOO O
K S O @) g8
N & D
s S CCIR K O& DHHD &
H
(3] oo oo N n [ o~ =
o s o e = o0 o on N ia
ISO R (2B 2dm i RERNIS E -~ - slE
O0JSS25080000N0RBRGT [T |28
[ea e R a N~ sl ~a e} e W e'a o B o'a S« B c'a Jif w'a W o'a [ s a I o'a | I~ =z [ala)
S>E>>>>>>>>>>>>>>>>= > > >
ZOHX1604-GF °
e ZOHX2005-GF 10 °
s = J | ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1604-GM 8 °
e ZOHX2005-GM 10 °
y . 9
v ZOHX2506-GM 12.5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® 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 Cuttingdata ~ B230
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Indexable m|||ing QCH series

QCH series

QCH-SDMT-Q 0 & @ 0

(€]
8 : I’y
< g \
8 o
L
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D @D, L MD
QCH-25-SDMT09-Q14-02 b3 o 25 24 35 14 2 0.088
SDMTO09T3
QCH-35-SDMT09-Q18-03 £ o 35 30 45 18 3 0.216
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SDMTO09T3
oD 25-35
p Clamp WD-204
v Screw (clamp) D4
(34Nm)
w Screw (insert) IOl 5
(2.7 Nm)
y/ Wrench (insert) WT10IP
System code ; B26 Grade selection > B24 Technical info :) B527 Cutting data :// B230

B210



acHseries  INndexable milling

O  Ideal machining conditions SDMT L 1.C S d
€ Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
MiIIing inserts &8 Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
a¥7 M| SBOHER D OHRBO0 O
sal 4o K o% o o £
' 1
= N 8 SR
n S % OB SOG %
H
o NscRrnogsssessgssgs [B
r | a ol =] = = = — = =
O03SSS52000830RB8R0c | 2]
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>= = ==
= : SDMT09T312-DM 12 |15 |e ° o oo °
SDMTO09T312-NM [} o e °
SDMTO09T312-PM 1.2 |15 ° o o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode .~ B26 Grade selection .~ B24 Technical info B527 Cutting data B230
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Indexable milling QCH series

QCH series

Dimensions [mm] Inserts
Article sl | Stock Teeth
; o> | @b, | a L MD I\ ()
QCH-16-APKT11-Q10-02 £ 16 152 105 28 10 2 0.028
QCH-20-APKT11-Q12-02 £ 20 19 10.5 30 12 2 0.059 APKT11T3
QCH-25-APKT11-Q14-03 3 25 24 10.5 35 14 3 0.104

® Ex stock o On demand

* With internal cooling

Spare parts
Insert APKT11T3
@D 16-25
) 160M25%55
v Screw (insert) (10Nm)
,/ Wrench (insert) WTO7IP

System code ) B26

B212

Grade selection ) B24

Technical info ) B527

Cuttingdata > B230



acHseries  INndexable milling

O  Ideal machining conditions APKT L S d
€ Normal machining conditions 11 T3 12.24 3.6 2.8
MiIIing inserts &8 Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P ocnoos ¢ o8 968 00 O
r
: M| SBOHER D OHRBO0 O
e & ol K 8% O o %
| " N ss X
88" L s % o 08 908
H
1SO |W8853559\9\588N8388835 k‘-"_i
ro|l el = =K = — - SIS
O03SSS52000830RB8R0c | 2]
[ a R e N~ e a Jlf s i~} aa W =a o B c'a Y B 'a i aa W 'a s a B o'a | I~ z [ala)
SES>S>SS>>>>>S>>>>>>>5 |5 |55
APKT11T304-ALH 04 |6.5 ° L)
T@® | APKT11T308-ALH 08 |65 . N
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 | arxriT3i2aPm 12 |65 . . .
APKT11T316-APM 1.6 [6.5 (] [ °
APKT11T320-APM 2 6.5 ° ° °
APKT11T304-LH 04 |6.5
(2 APKT11T308-LH 08 [6.5
_—
APKT11T308-NM °
OB | APkTi1T312-NM .
APKT11T304-PF 04 |65 o o o o o
@ | APKT11T308-PF 08 |65 o
—_—_—
APKT11T316-PF 1.6 [6.5 o
APKT11T304-PM 04 |65|0 0 o o O o O o
L @Y APKT11T308-PM 08 |l65/0 0 ©0 0 @0 O o o o o
WS | APKT11T312-PM 12 |65 o o o o
APKT11T316-PM 1.6 (6.5 o o O o
APKT11T304-PR 04 |6.5 (o) (o)
" APKT11T316-PR 16 |65 o
APKT11T3XR ° °
® 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 m|||ing QCH series

QCH series

'y
QCH-SPGT-Q 0

< A : )
SIRS =
L
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D @D, L MD -
QCH-16-SPGT05-Q10-45-03 b3 16 226 25 10 3 0.032
; SPGT0502
QCH-20-SPGT05-Q12-45-04 5 o 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



acHseries  INndexable milling

O  Ideal machining conditions SPGT
€ Normal machining conditions 05 02
MiIIing inserts &8 Unfavourable machining conditions
SP** drilling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BORBDBE O S SOHBe OO0 O
M| SBOHER D OHRBO0 O
K D O ([ ] g8
N &8 SR
S CCI X OB SEH %
H
o NS RRERNSSSYnselnds & oo
CB35508000830823R3380 |& |28
[ea e e e o o iy ea <o | aa Qi a S a B o'a B~ a R 'a Wi 'a S o'a N o'a B ' | P4 zZ [ala]
SE>>>>>>>>>>>>>>>>= > > >
' SPGT050204-EM ° °
- SPGT050204-PM [ ] °
® 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 ml||ing QCH shanks & spare parts

Indexable heads shanks

Solid carbide shank, stepped, Q thread

g %[ S
L1
L
Article Dimensions [mm] Thread Stock
D d1 L L1 (M)
G12-QCH-Q08-80C 12 15 80 30 Q8 °
G12-QCH-Q08-100C 12 11,5 100 50 Q8 o
G12-QCH-Q08-120C 12 11,5 120 70 Q8 °
G16-QCH-Q10-90C 16 15,2 90 40 Q10 o
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 o
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
2 A a
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 0,8 °
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

T — 8

I

Article Dimensions [mm Thread Stock

D d1 L L1 (M)
G12-QCH-Q08-65S 12 115 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
Article Glmensions lom] Thread Stock
D d1 L L1 (M)

G16-QCH-M8-90C-125 16 125 90 35 M8 o
G16-QCH-M8-110C-125 16 12,5 110 55 M8 o
G16-QCH-M8-130C-125 16 25 130 75 M8 o
G16-QCH-M8-90C 16 15 90 35 M8 o
G16-QCH-M8-110C 16 15 110 55 M8 (¢
G16-QCH-M8-130C 16 15 130 75 M8 o
G16-QCH-M8-170C 16 15 170 115 M8 o
G16-QCH-M8-200C 16 15 200 145 M8 e}
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 (]
G20-QCH-M10-167C 20 18,5 167 110 M10 o
G20-QCH-M10-197C 20 18,5 197 140 M10 o
G25-QCH-M12-128C 25 23 128 65 M12 o
G25-QCH-M12-148C 25 23 148 85 M12 o
G25-QCH-M12-168C 25 23 168 105 M12 (e}
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 o
G32-QCH-M16-281C 32 29 281 215 M16 (]
G32-QCH-M16-311C 32 29 311 245 M16 o
G32-QCH-M16-361C 32 29 361 295 M16 o
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Indexable mllling General milling inserts

O Ideal machining conditions HNGX L 1.C 5
€  Normal machining conditions 0905 | 916 |15875] 5.56
Milling inserts g%  Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOBBBR O S 8% 00 O
M| DBBODBEB D& SO8HBBO0O O
K S O ® o
N &8 D
S % 9@ OB ©BB8L &=
H
- 8z5REEoNEa8 g agE B
r 2 =22 IS~ - |= |88
S0SSSS500000RA0RBA3L |& 2]
DD DO DO DD D DD DD DDODZ =z [alya)
S>>>>>>>>>>>>>>>>>> |5 |[>>
HNGX090530-HDR 3 o o
HDR
O
HNGX090516-MR 1.6 °
MR | HNGX090520-MR 2 .
-
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230
N
B218 v



General milling inserts Indexable milllng

O Ideal machining conditions LNE3 L LW S
€3 Normal machining conditions 2.53 |15.875| 476 | 9.525
Milling inserts &% Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
LW P 5hebH% O S BB OO0 O
. o 5
; Sty M| SE3D53 D DHRBOO O
: K D O @ g8
L .
» %} N & Y
] S g 9 O%B DHBH
H
150 NcsRRENNsSSYnesNnaE |5
) 0 S oo 0 O
OO03SS2035c000a3aGadE |@ |28
(o e e o R ~a e R e e ) faa Jia Qi ea Qi aa M= a MY o2 Wi o'a N oo MY c'a MY 2 Y =4 = [alya)
S>E>>>>>>>>>>>>>>>>5 |- |[>>
LNE32.534 1.6 0 0 O
"
e
® 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 General milling inserts

O Ideal machining conditions LNCX L LW S
€3 Normal machining conditions 18 06 24 10 64
MiIIing inserts &2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OB DBHE D D OB OO0 O
M| SBDHER D OHRBO0O O
K D O O g8
& N @ SR
S I K O& DHH: =
H
o . ScshRnagsesrnssnys |B
S = S 2=~ = = ==
O03SSS520003RATRBR3E @ (2]
(oo a i o W a R~ N e a l =a e al [foa Moo i w'a B 'a S« s N ='a Y o'a Wi o S« MY o'a Il It P [alya)
S>>>>>>>>>>>>>>>>>> > |>=>
LNCX1806AZT11L 2.0 o
LNCX1806AZT11R 2.0 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

N
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General milling inserts Indexable milllng

Turning

O Ideal machining conditions SNKN L 1.C S
€3 Normal machining conditions 12 04 12.7 12.7 4.76
Milling inserts §%  Unfavourable machining conditions 15 04 |15.875]15.875| 4.76
SN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5B bH% O S BB OO0 O
s M| SE3D53 D DHRBOO O
bg)
i — K 8% O o %
\—SKS— 75° N 63 69 *
Y
+ = S g 9 O%B DHBH
H
5o e85 RnEaRsa s nsgeans |5
s | be o) S oo 0 O
O03SSS520003RATRBR3E | (2]
(oo a R R a R~ N a Jf=a il aa ) [fwa Wi 'a i a'a B 'a S o MY ca Y v M 'a I s « MY 'a | I~ =z [alya]
S>>>>>>>>>>>>>>>>>5 |- |[>>
SNKN1204ENN 1.5 109 ° L)
SNKN1504ENN 1.5 109 e}
® 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 Cuttingdata ~ B230
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Indexable mllling General milling inserts

O Ideal machining conditions SPCN L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 1.4
Milling inserts §%  Unfavourable machining conditions 1504 1587515875 14
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OB DBHE D D OB OO0 O
“5’ M| SBDHER D OHRBO0O O
31C| (7 T ) K D O O g8
a5 15 N S OB
- |I_ s 1 S I K O& DHH: =
H
5o v heldcshRoaeastnessnyE |B
S e = S 2=~ = = ==
O03SSS52000330RBR0E @ (2]
(oo a i o W a R~ N e a l =a e al [foa Moo i w'a B 'a S« s N ='a Y o'a Wi o S« MY o'a Il It P [alya)
S>>>>>>>>>>>>>>>>>= > |>=>
SPCN1203EDSKR 32 (1.0 o
SPCN1504EDSKR 48 1.0 °
\
® 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
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General milling inserts Indexable milllng

O Ideal machining conditions SPMR L 1.C S
€3 Normal machining conditions 09 03 9.525 | 9.525 | 3.18
Milling inserts §%  Unfavourable machining conditions 1203 | 127 | 127 | 3.18
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
g P 5hebH% O S BB OO0 O
of i M| SE3D53 D DHRBOO O
gic [ < { K @Sk O @) e
7
+\ =4 N 8 PR
I Z S g 9 O%B DHBH
H
5o NcsRgnaRssgrnsgsngs |b
) o) S oo 0 O
O03SSS520003RATRBR3E | (2]
(e a R R a R~ N a Jf o il aa ) [fwa lf'a i a'a B 'a S « MY ca Y o' M 'a I s « N 'a | =t =z [alya]
S>E>>>>>>>>>>>>>>>>5 |- |[>>
SPMR090304 0.4 o
SPMR090308 0.8 o
SPMR120304 0.4 ®
— SPMR120308 0.8 ® O
SPMR120312 1.2 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 Cuttingdata ~ B230
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Indexable mllling General milling inserts

SPMT L IC S d
A O Ideal machining conditions 06 03 | 635 6.35 3.18 2.8
€3 Normal machining conditions 09713 | 9525|9525 | 3.97 44
MiIIing inserts €8 Unfavourable machining conditions 12008 127 | 127 | 476 39
& SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
g P ORBDBE B S OB 00 O
= M| S3DHBR D OHRBO0 O
K D% O @) &8
N D PR
S CCHE < O%B DHBH
B i
o — =t 0 IE G I O =] o IS o ol o fal N fea] o (5= E
ISO r (@R ddq2gRCiENeINIREE B 85
VUU=SZ=2=20000000n0YaLYnvul |9 = N
(oo a R o e R~ N a R ~a e a ) [fa W a i a'a B 'a B a M ca Jf < Wi 'a S s « MY 'a Il I~ Z [alya)
S>>>>>>>F>>>>>>>>>>5 > |>=>
SPMT120408-HT-1 0.8 o
g HT-1
= e~
—
SPMTO09T308-HT 0.8 [} ° o
HT
C —
SPMT060304-KT 04 o
KT
(®)]
= A
8 =
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
D HW Uncoated carbide
c
© O
o5
£E
o O
e
x
()
©
£
Systemcode > B26 Grade selection B24 Technicalinfo > B527 Cuttingdata > B230

N
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General milling inserts Indexable milllng

O Ideal machining conditions SP** 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
90 P 5hebH% O S BB OO0 O
R —— 17 M O2CO% O 002800 O
= %4 A\
~ | K 8% O o e
i N & o8
S s & @ 08 B8O @
H
5o NcsRgnaRssgrnsgsngs |b
r 0 Soo= 0 O
OO03SS2035c000a3aGadE |@ |28
(e a R R a R~ N a Jf o il aa ) [fwa lf'a i a'a B 'a S « MY ca Y o' M 'a I s « N 'a | =t =z [alya]
S>E>>>>>>I>>>>>>>>>>5 |5 |=>
SPGN120304 0.4 (o)
SPGN120308 0.8 o
—
SPUN120308 0.8 o o
SPUN120312 1.2
SPUN150408 0.8 o
= | SPUN150412 12 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 General milling inserts

O Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 16 03 16,5 | 9.525 | 3.18
Milling inserts &2 Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OB DBHE D D OB OO0 O
M| SBDHER D OHRBO0O O
K D O O g8
N @ SR
S I K O& DHH: =
H
5o o lbelan|@s5RGERlca gy (&
s |be|an = =28~ = Bl B S
O03SSS52000330RBR0E @ (2]
(oo a i o W a R~ N e a l =a e al [foa Moo i w'a B 'a S« s N ='a Y o'a Wi o S« MY o'a Il It P [alya)
S>E>>>>>>>>>>>>>>>>5 |> |[>>
TPKN1603PDTKR 1.0 | 3.2 11 ¢}
TPKN1603PPER 1.0 [1.2] 11 [
— TPKN1603PPFR 1.0 [1.2] 11 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 Cuttingdata > B230
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General milling inserts Indexable milllng

Tp** L. 1.C S
O Ideal machining conditions 1103 11 6.35 | 3.8
€3 Normal machining conditions 16 03 16.5 | 9.525 | 3.18
MiIIing inserts €8 Unfavourable machining conditions 28 22 127 | 470
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR BDBHE B S OB OO0 O
M| S3DHE3 D OHRBO0 O
K S O @) g8
ad N 8 B3
ot s 8 @ 08 8OO @
H
Ne—— M= = NN ONNNmMmLONmMmN| = H
ISO rSRYIIBL2R2S2RNIRNRINE |2 55
OUU===2000UVLURVAVURVY U =&
(oo el o N a R~ N a R ~a e a )l f<a W ea o M ea s o MY oo S < Wi 'a S s « MY e | =t =z a 0
S>E>>>>>>F>>>>>>>>>>5 S
TPMR110304 0.4 [
TPMR110308 0.8 ®
TPMR160304 0.4 ]
e, TPMR160308 0.8 ® @ O
—-——
TPMR160312 1.2 o
TPMR220412 1.2 ®
TPUN110304 0.4 ®
TPUN110308 0.8 [
TPUN160304 0.4 L) o
TPUN160308 0.8 ® O o o
| TPUN160312 12 o
TPUN220408 0.8 ]
TPUN220412 1.2 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 Cuttingdata ~ B230
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Indexable milling Recommended cutting data

Guide for recommended cutting data - indexable milling

A

Indexabl group 1 (FMA07/11/12, FMD02, EMP09/13) |
s Starting values for ¢ in]
2 C
Brinell g H
o Mat: Composition / structure / heat treatment hardness E YBC302 YBC401 YBD152 YBD252
HB )
g g a./D a./D =70 a./D
= = sl s (34| s Qg4 s
= ca.0,15% C annealed 125 1 260 300
ca.0,45% C annealed 190 2 225 255
Unalloyed steel ca.045%C tempered 250 3 210 240
ca.0,75% C annealed 270 4 185 210 160 185
ca.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 i 1307|120 g2 LEY
tool steel hardened and tempered 325 11 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
| L perlitic/ferritic 180 | 16 370 | 430 | 320 | 370
rey cast iron
‘ perlitic (martensitic) 28!! il 220 255 190 Zﬂ’ e
N ferritic 160 18 255 295 220 255
K Cast iron with s
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 ,
=
a {Bronze/bniss) CuZn, CuSnZn 90 28
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
D cast 320 | 34
pure titanium R..400 35
Titanium alloys
aand B alloys hardened R, 1050 36
hardened and tempered | 55HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
_ g Hard cast iron cast 400 39
.g :,g Hardened cast iron hardened and tempered 55HRC 40
=
£E
[¥]
0
u“
Fe
 Wood
alues are guide values, which were determined under ideal conditions.
ases.
E Feed rate recommendations on page B248
CrFERATTp e O ate A forCating Bups view page D22.
x
[
©
=

N
B230 >



Recommended cutting data Indexable milling

Recommend feed rate

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

Feed rate per cutting edge [mm]
EMP09 EMP13 FMAOQ7 FMAOQ7 FMA11 g
Material group LNKT12 ANGX15 ONHU06 ONHU08 SNEG12 .é
Applifation '2
F M R F M R F M R E M R F M R
Unalloyed steel 025 | 0,50 0,25 019 | 023 0,19 | 0,23 020 | 0,23
P Low-alloyed steel 0,23 | 047 0,22 023 0,17 | 0,22 0,17 | 0,22 0,19 | 0,21
High-alloyed steel and high-alloyed tool steel 022 | 0,44 0,20 0,22 0,16 | 0,20 0,16 | 0,20 0,18 | 0,20
M | stainless steel 018 | 035 014 | 016
Grey castiron 028 | 055 0,26 0,28 020 | 0,26 020 | 026 022 | 025
Il ( Cast iron with spheroidal graphite 0,25 | 0,50 0,23 0,25 019 | 0,23 0,19 | 0,23 020 | 0,23
| Malleable cast iron 025 | 050 0,23 0,25 019 | 023 019 | 023 020 | 023
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
H Hard cast iron
Hardened cast iron

1. Select the appropriate product family/cutting data group.
2. Select the used grade.

3. Determine the immersion.

4. Select the used material and read the cutting speed.

5. Please have a look at the detached feed rate recommendations.

(®)]
=
=
(@)

6. Select the used tool, the machining mode and the used material.
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Indexable ml||ing Recommended cutting data

Indexable milling - group 1 (FMA07/11/12, FMD02, FMP12, EMP09/13)

Starting values for cutting speed vc [m/min]

s
o
Brinell > HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401 YBD152 YBD252
HB £
g a./D ae/D a./D ae/D
= 11|3/4 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 125 260 300 225 260
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
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
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
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 l 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 2/
Copper and copper alloys Gy @G %0 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
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
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

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

11|3/4] /5 11013/4 | /5 (11|34 15 |[113/4] 15 |1/1]3/4| 1/5 1103/4] /5 1103/41 /5 |11]3/4| 1/5

260 300 270 315 245 285 235 2/5 230 265 225 260

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

110 130 115 135 105 120 100 120 100 115 95 110

140 160 145 170 130 155 125 150 125 145 120 140

110 130 i 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)
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Indexable ml||ing 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]

s
o
Brinell > HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401 YBD152 YBD252
HB £
g a./D ae/D a./D ae/D
= 11|3/4 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 125 245 285 210 245
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
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 9 | 100 | 75 90
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
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
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 l 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 2/
Copper and copper alloys Gy @G %0 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
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
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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.

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




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
a./D a./D a./D ae./D a./D a./D a./D ae./D ae/D a./D a./D

1/1|3/4 1/5 11)3/4 1/5 1/1|3/4 1/5 1/1|3/4 1/5 1/1|3/4 1/5 1/1|3/4 15 1/1|3/4 1/5 1/1|3/4 1/5 1/1|3/4 1/5 11)3/4 1/5 1/1)3/4 /5
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 1745 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 90 80 90 75 90 100 110
125 145 130 150 120 140 115 135 110 130 110 125 105 125 135 160
105 120 110 125 105 120 100 115 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

HG
HW

Coated cermet

Uncoated carbide, main component (WC)
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Indexable ml||ing 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]

(8
] HC
Brinell E !
Material group Composition / structure / heat treatment hardness £ YNG151C
HB £
] ae/D
©
= || s
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
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
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
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 l 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 2/
Copper and copper alloys Gy @G % 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
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
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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.

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




Recommended cutting data Indexable milling
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HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
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Indexable ml||ing Recommended cutting data

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

a Starting values for cutting speed vc [m/min]
-
o
Brinell g Hefevo)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401
HB £
9 ae/D a./D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
g approx.0,15 % C annealed 125 1 260 300 390 225 260 340
5 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 11 95 105 | 140 80 95 125
ferritic/martensitic annealed 200 12
g 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— g Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
v -49 Hardened cast iron hardened and tempered 55 HRC 40
Ll
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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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 ae./D a./D
1/1)3/4 1/5 1/20 [1/1|3/4 1/5 120 [1/1]3/4 1/5 1/20 [1/1|3/4 1/5 1/20 [1/1]3/4 1/5 120 | 1/1]3/4 1/5 1/20 | 1/1]3/4 15 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 ml||ing Recommended cutting data

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

a Starting values for cutting speed vc [m/min]
-
o
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBG212 YBG252
HB £
9 ae/D ae/D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
g approx.0,15% C annealed 125 1 240 280 365 230 265 345
5 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 11 85 100 | 130 85 95 125
ferritic/martensitic annealed 200 12 120 140 185 115 135 175
g martensitic tempered 240 13 105 120 155 100 115 145
= M Stainless steel
= austenitic quench hardened 180 14 130 150 195 125 145 185
E 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— S Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
v -49 Hardened cast iron hardened and tempered 55 HRC 40
Ll
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (PVD) HW
YBG302 YD101 YD201
ae/D a./D ae/D
1/1)3/4 1/5 1/20 [1/1|3/4 15 1/1|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
1115 130 170
80 95 125
i 43 130 170
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 ml||ing Recommended cutting data

A Indexable milling - group 4 (BMR01/02/03/04, TMPO1, CMZ01, CMAO1, CMDO01)

a Starting values for cutting speed vc [m/min]
-
o
Brinell g Hefevo)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401
HB £
9 ae/D a./D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
g approx.0,15 % C annealed 125 1 235 275 360 200 230 300
5 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 11 85 100 | 130 70 85 115
ferritic/martensitic annealed 200 12
g 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— g Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
v -49 Hardened cast iron hardened and tempered 55 HRC 40
Ll
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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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 ae./D a./D
1/1)3/4 1/5 1/20 [1/1|3/4 1/5 120 [1/1]3/4 1/5 1/20 [1/1|3/4 1/5 1/20 [ 1/1]3/4 1/5 120 | 1/1]3/4 1/5 1/20 [ 1/1]3/4 15 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 ml||ing Recommended cutting data

A Indexable milling - group 4 (BMR01/02/03/04, TMPO1, CMZ01, CMAO1, CMDO01)

a Starting values for cutting speed vc [m/min]
-
o
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBG212 YBG252
HB £
9 ae/D a./D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
g approx.0,15 % C annealed 125 1 215 250 325 205 240 315
5 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
g martensitic tempered 240 13 95 105 140 90 105 135
= M Stainless steel
= austenitic quench hardened 180 14 115 135 175 110 130 170
E 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— g Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
v -49 Hardened cast iron hardened and tempered 55 HRC 40
Ll
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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Recommended cutting data Indexable milling

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG302
a./D
113/4| 1/5 1/20 g,
200 230 300 =
170 200 260 g
160 185 245 =
140 165 215
130 150 195
170 200 260
140 165 215 1
130 150 195 B
110 130 170
100 15 150
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 45 150
180 210 275 C
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 ml||ing Recommended cutting data

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

Starting values for cutting speed vc [m/min]

(8
-
o
Brinell g HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBM253 YBG101 YB9320
HB £
g a./D ae/D a./D ae/D
= 1/4 1/4 /4 1/4
approx.0,15% C annealed 125 1 165 180 190 175
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 5
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
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
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
Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 2/
Copper and copper alloys Gy @G %0 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
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
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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.

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




Recommended cutting data Indexable milling

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG205 YBG302
a./D a./D
1/4 1/4 o
170 160 £
c
145 140 =
140 130 =
120 115
115 105
145 140
120 115
115 105 B
95 90
85 80
60 60
85 80
75 70
95 85 ]
75 70 3
185 175
115 105
130 120
85 80
155 145 C
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 ml||ing Recommended cutting data

Indexable milling - group 6 (FMDO03, FMEO04, FMP03, HMPO1)

Starting values for cutting speed vc [m/min]

s
o
Brinell > HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401 YBD152 YBD252
HB £
g a./D ae/D a./D ae/D
= 11|3/4 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
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 10 100 115 85 100
tool steel hardened and tempered 325 1 70 85 60 70
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
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
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 l 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 2/
Copper and copper alloys Gy @G %0 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
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
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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.

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




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 ae./D a./D a./D a./D ae./D

1/1|3/4 1/5 11)3/4 1/5 1/1|3/4 1/5 1/1|3/4 15 1/1|3/4 1/5 1/1|3/4 15 1/1|3/4 1/5 1/1|3/4 1/5
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 90 105 920 105
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 90 105 920 105
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 80 920 75 920
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

HG
HW

Coated cermet

Uncoated carbide, main component (WC)
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Indexable ml||ing Recommended cutting data

A Indexable milling - group 7 (XMR01, XMPO1)

a Starting values for cutting speed vc [m/min]
-
o
Brinell g Hefevo)
Material group Composition / structure / heat treatment hardness £ YBC302 YBD152
HB £
9 ae/D a./D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
g approx.0,15% C annealed 125 1 260 300 390
E 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
g martensitic tempered 240 13
= M Stainless steel
= austenitic quench hardened 180 14
E 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— g Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
ﬂ -49 Hardened cast iron hardened and tempered 55 HRC 40
=
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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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 ae./D a./D
1/1)3/4 1/5 1/20 [1/1|3/4 1/5 120 [1/1]3/4 1/5 1/20 [1/1|3/4 1/5 1/20 [ 1/1]3/4 1/5 120 | 1/1]3/4 1/5 1/20 [ 1/1]3/4 15 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 1725 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 ml||ing Recommended cutting data

A Indexable milling - group 7 (XMR01, XMPO1)

a Starting values for cutting speed vc [m/min]
-
o
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBG252 YBG302
HB £
9 ae/D ae/D
(@) = 11|3/4 1/5 120 | 1/1]3/4 1/5 1/20
% approx.0,15 % C annealed 125 1 230 265 345 225 260 340
5 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 11 85 95 125 80 95 125
ferritic/martensitic annealed 200 12 115 135 175 115 130 170
g martensitic tempered 240 13 100 115! 145 95 110 145
= M Stainless steel
= austenitic quench hardened 180 14 125 145 185 120 140 185
E 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
o N Cast aluminium alloys <12% Si, hardenable ‘ hardened 90 25
= >129%Si, cannot be hardened 130 26
E machining steel, PB> 1% 110 o7
Copper and copper alloys Gy @G %0 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
D 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
— S Hardened steel hardened and tempered 55 HRC 37
© =
L -:E H hardened and tempered 60 HRC 38
(=
i g Hard cast iron cast 400 39
(%)
v -49 Hardened cast iron hardened and tempered 55 HRC 40
Ll
- Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: 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.
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Recommended cutting data Indexable milling
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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 ml||ing Recommended cutting data

A Recommended feed rate

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

Feed rate per cutting edge [mm]
EMP09 EMP09 EMP13 EMP13 FMAOQ7 FMAOQ7
o Material group LNKT08/12 LNKT16 ANGX11 ANGX15 ONHUO06 ONHUO08
g Application
S F M R F M R F M R F M R F M R F M R
= Unalloyed steel 0,25 | 0,50 0,28 | 0,55 0,23 0,25 0,19 | 0,23 019 | 023
P Low-alloyed steel 023 | 0,47 0,26 | 0,51 0,22 0,23 0,17 | 0,22 0,17 | 0,22
High-alloyed steel and high-alloyed tool steel 0,22 | 044 0,24 | 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
B 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 | 055 0,23 0,25 0,19 | 0,23 0,19 | 0,23
Malleable cast iron 025 | 0,50 028 | 0,55 0,23 0,25 0,19 | 023 0,19 | 023
Aluminum wrought alloys 0,20 0,21
N | Aluminum castalloys 0,20 021
o Copper and copper alloys (bronze/brass) 0,18 0,19
é Heat-resistant alloys
g S Titanium alloys
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.
=2 Indexable milling - group1 (FMA07/11/12, FMD02, EMP09/13)
% Feed rate per cutting edge [mm]
(@] FMP12
Material group WNHU08
Application
F M R
Unalloyed steel 0,25
D 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

N Aluminum cast alloys

Technical
Information

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

Hardened steel

E 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.
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Recommended cutting data

Indexable milling

Feed rate per cutting edge [mm]

FMAT11 FMAT11 FMAT11 FMA12 FMA12 FMDO02 FMDO02 FMP12
SNEG12 SNEG15 SNEG19 ONHUO06 ONHUO08 PNEG11 HNEX09 WNHUO06
Application
F M R F M R M R F M R F M F M R F M R F M

0,20 | 0,23 022 | 0,25 029 | 0,19 | 0,23 0,23 0,15 | 0,20 | 0,30 0,23
0,19 | 0,21 020 | 0,24 027 | 0,17 | 022 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 0,17 | 022 | 033 | 0,17 | 0,22 | 033 0,26
020 | 0,23 022 | 0,25 029 | 0,19 | 0,23 0,23 0,15 | 020 | 030 | 0,15 | 0,20 | 0,30 0,23
0,20 | 0,23 022 | 0,25 029 | 0,19 | 0,23 0,23 0,15 | 0220 | 030 | 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 ml||ing Recommended cutting data

Recommended feed rate

Indexable milling - group 2 (FMA01/02/03/04, FME01/02, FMP01/02, EMP01/02/03/04)

Feed rate per cutting edge [mm]

FMAO1 | FMA02 FMAO03 FMAO03 FMAO4 FMAO4 FMAO4
Material group SEET12 SEKN12 SEKN15 OFKTO5 OFKRO7 ODHTO06
Application
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 0,20 020 | 0,25 020 | 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 0,13 | 018 | 0,222 0,16 0,18 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22
M Stainless steel 011 | 0,14 | 018 0,13 0,14 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
Grey cast iron 0,17 | 0,22 | 0,28 0,20 0,22 0,22 | 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 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
N Aluminum cast alloys 013 | 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
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
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 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 | 025 020 | 0,25 023 | 029 026 | 033 017
P Low-alloyed steel 0,19 | 0,23 0,19 | 0,23 0,19 | 0,23 0,21 0,27 0,25 | 031 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 | 028 022 | 0,28 022 | 0,28 025 | 032 029 | 036 0,19
K Cast iron with spheroidal graphite 0,20 | 0,25 0,20 | 0,25 020 | 0,25 023 | 0,29 026 | 033 017
Malleable cast iron 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 023 | 029 026 | 033 0,17
Aluminum wrought alloys 0,17 | 0,21 0,17 | 0,21
N | Aluminum cast alloys 017 | 021 017 | 021
Copper and copper alloys (bronze/brass) 015 | 0,19 0,15 | 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.
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Recommended cutting data Indexable milling

Feed rate per cutting edge [mm]

FMEO2 FMEO3 FMEO3 FMPO1 FMP02 EMPO1 | EMP02 EMPO1 | EMP02 EMPO3 | EMP04
SPK*12 SPK*12 SPK*15 TPKN22 SEET12 APKT11 APKT16 APKT11
Application
F M 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 | 0,25 | 0,10 | 0,15 | 0,20 | 0,12 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,19 0,17 0,19 0,19 014 | 019 | 023 | 0,09 | 0,14 | 0,19 | 0,11 0,16 | 0,21 009 | 0,19 | 0,23
0,18 0,16 0,18 0,18 013 | 018 | 0,22 | 009 | 013 | 0,18 | 0,10 | 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 | 0,16 | 0,07 | 0,74 | 0,18
0,22 0,20 0,22 0,22 0,17 | 022 | 028 | 0,11 | 0,17 | 022 | 0,13 | 0,19 | 0225 | 0,11 | 0,22 | 0,28
0,20 0,19 0,20 0,20 015 | 020 | 025 | 0,10 | 0,15 | 0,20 | 0,12 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,20 0,19 0,20 0,20 0,15 | 020 | 025 | 0,70 | 0,15 | 020 | 0,12 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25

0,13 | 0,17 | 0,21 | 0,09 | 0,13 | 0,17 | 0,10 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21

013 | 017 | 0,21 | 009 | 0,13 | 0,17 | 0,0 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21

011 | 015 | 0,19 | 0,08 | 0,11 | 0,15 | 0,09 | 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
F M M F M R F M R F M R

0,17 0,20 0,15 | 020 | 025 | 0,77 | 023 | 029 | 02 | 0,26 | 0,33
0,16 0,19 0,14 | 0,19 | 0,23 | 0,16 | 0,21 | 0,27 | 0,19 | 0,25 | 0,31
0,15 0,18 013 | 0,18 | 022 | 0,15 | 020 | 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 0,17 | 022 | 028 | 0,19 | 025 | 032 | 0,22 | 0,29 | 036
0,17 0,20 0,15 | 020 | 025 | 0,17 | 0,23 | 0,29 | 0,20 | 0,26 | 033
0,17 0,20 0,15 | 020 | 025 | 0,17 | 023 | 0,229 | 0,20 | 0,26 | 0,33

0,17 0,13 | 0,17 | 0,21

0,17 0,13 | 0,17 | 0,21

0,15 0,11 | 015 | 0,19

F  Finishing
M Medium machining
R Roughing
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Indexable ml||ing 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 RDKWO7
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 0,24 0,32 0,26 035 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 0,26 021 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, CMA0O1, CMD01)
Feed rate per cutting edge [mm]
BMRO1 BMRO1 BMRO1 BMRO1 BMR02 BMR02 BMR02 BMRO3 BMRO3
Material group ZD*08 / SP*06 | ZD*11 / SP*06 | ZD*13 / SP*09 | ZP*22/ SP*12 ROHX12 ROHX16 ROHX20 = 2
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 0,10
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 milling

Feed rate per cutting edge [mm]

FMRO3 FMRO3 FMR04 FMRO4 FMRO4
RDKWO08 RD*10 RD*12 RDKW16 RDKW20
Tool diameter [mm]
16-25 32 50-63 80-100 125-160
0,07 0,12 017 0,24 0,30
0,06 011 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 BMRO03 BMRO3 BMR04 BMR04 BMR04 BMR04 BMR04 CMZ01 CMAO1 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 0,17 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 0,09 013 0,13 0,13
0,27 0,34 0,39 0,13 0,17 0,18 021 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 0,17 0,23 0,23 0,23
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Indexable ml||ing Recommended cutting data

Recommended feed rate

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

Feed rate per cutting edge [mm]

SMPO1 SMPO1 SMPO1 SMPO1 SMPO1 SMPO03 SMP03 SMP03 SMPO5
Material group XSEQ1202 XSEQ1203 XSEQ12T3 XSEQ1204 XSEQ12T4 MPHTO06 MPHT08 MPHT12 QcCie
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 0,12 013 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]
FMDO3 FMDO3 FMEO4 FMPO3 FMPO3 FMPO3
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 047 047 042 042 0,42 047
High-alloyed steel and high-alloyed tool steel 0,44 0,44 0,40 0,40 0,40 0,44
M | stainless steel 0,45 0,45 0,40 0,40 0,40 0,45
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 0,45 045 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
QC22

Tool diameter [mm]

(o)}
=
c
El
=

0,08
0,08

0,07

0,07

0,08
0,07
0,07

(®)]
£
Feed rate per cutting edge [mm] %
FMPO3 HMPO1 o
LNKT25 SPMT-APKT
Application
F M R F M R
0,55 0,25
0,51 023 D
0,48 0,22
0,47 0,15
0,61 0,28
[=
0,55 0,25 =5
055 0,25 =1
SE
o O
(=]

m

F  Finishing

M Medium machining
R Roughing
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Indexable milling Recommended cutting data

A Recommended feed rate

Indexable milling — group7 (XMR01, XMP01, QCH)

Feed rate per cutting edge [mm]

XMRO1 face milling XMRO1 plunge milling XMROT1 circular milling
o Material group SDMT/WPGT SDMT/WPGT SDMT/WPGT
= Tool diameter [mm]
=
E 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
D
‘ Grey cast iron 0,90 1,08 1,80 0,22 0,28 033 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

N Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

Hardened steel

H Hard cast iron

Hardened cast iron

Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
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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 0,22 017 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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SOIld Carbide mllling Product overview

High performance milling

Application
Products Solid carbide cutters Teeth 2 Type Page
M| K| N|S
PM-2E —_— 2 | 1.0-200 v v End mills B339
PM-2EL —_— 2 3.0-20.0 v |v End mills B340
PM-4E-G —— NS 4 1.0-20.0 v | v End mills B341
PM-4EL-G —_—a NN 4 | 30200 v i v End mills B342
PM-4EX-G —m 4 | 30200 v |v End mills B343
PM-4E 4 1.0-20.0 v | v End mills B344
PM-4EL 4 3.0-20.0 v |wv End mills B345
PM-6E 6 6.0-20.0 v | v End mills B346
PM-6EL 6 6.0-20.0 v | v End mills B347
PM-2B 2 1.0-20.0 v | v Ball nose cutters B348
PM-2BL ﬁ 2 2.0-20.0 v | v Ball nose cutters B349
PM-2BFP § = 2 1.0-20.0 v | v Ball nose cutters B350
PM-2BC e 2 | 0540 v I8 Bl ::;i;;’:}t:c'k‘”ith B351
PM-4B ﬁ 4 3.0-20.0 v |v Ball nose cutters B354
PM-4BL 4 3.0-20.0 v |v Ball nose cutters B355
PM-2R ——— e 2 [ 10120 v|v Torus mills B356
PM-4H ———) 4 | 30120 v v High-feed mills B357
PM-4HL -— e 4 4.0-12.0 v |wv High-feed mills B358
PM-4R —— S 4 | 30120 v v Torus mills B359
PM-4RL —_—a 4 | 6.0-160 v |v Torus mills B360
PM-2EP _—_—— 2 0.5-5.0 v |wv End mills B362
v Very suitable v Suitable
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product overview  S0lid carbide milling

High performance milling

Application
Products Solid carbide cutters Teeth (%] Type Page
M| K|N|S
PM-2ES —_—— 2 03-3.0 v | v End mills B361
PM-2BS _—— 2 0.3-3.0 v |v Ball nose cutters B364
PM-2BP —_ 2 0.5-5.0 v | v Ball nose cutters B365
PM-2RP —_— 2 | 0550 v | v Torus mills B367
EPM-2E —_— 2 | 30200 v |wv End mills B371
EPM-2E-W —_— 2 | 30200 v |wv End mills B372
EPM-2EL —_— 2 3.0-20.0 v | v End mills B373
EPM-2EL-W —_— 2 3.0-20.0 v | v End mills B374
EPM-4E N 4 | 30200 v |wv End mills B375
EPM-4E-W —_— NN 4 | 30200 v [ End mills B376
EPM-4EL _— A 4 | 30200 v [ v End mills B377
EPM-4EL-W —_— AONNNY 4 | 30200 v [ v End mills B378
EPM-2B i - 2 3.0-20.0 v | v Ball nose cutters B379
EPM-2B-W — e 2 3.0-20.0 v i v Ball nose cutters B380
EPM-2BL % 2 3.0-20.0 v | v Ball nose cutters B381
EPM-2BL-W ﬁ 2 3.0-20.0 v | v Ball nose cutters B382
EPM-4B q 4 3.0-20.0 v | v Ball nose cutters B383
EPM-4B-W m 4 3.0-20.0 v | v Ball nose cutters B384
EPM-4BL —_—s 4 3.0-20.0 v | v Ball nose cutters B385
EPM-4BL-W —_— 4 | 3.0-200 v v Ball nose cutters B386
VPM-4E 4 3.0-20.0 v | v End mills B387
v Very suitable v Suitable
N
v_ B267
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High performance milling
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Application
Products Solid carbide cutters Teeth 2 Type Page
M| K|[N

TM-4B —— SN 2 6.0-20.0 v Ball nose cutters B439
TM-4BL @ 2 6.0-20.0 v Ball nose cutters B440
TM-4BP —_ =\ 2 | 60200 v Ball nose cutters B441
TM-5B @ 2 6.0-20.0 v Ball nose cutters B442
TM-5BL @ 2 6.0-20.0 v Ball nose cutters B443
TM-5BP @ 2 6.0-20.0 v Ball nose cutters B444
TM-4R 2 6.0-25.0 v Torus mills B445
TM-4RP 2 8.0-25.0 v Torus mills B447
TM-5R 2 6.0-10.0 v Torus mills B449
TM-7R 2 12.0-21.0 v Torus mills B450
TM-9R 2 25.0 v Torus mills B451
TM-5RP — = XX§ 2 | 80100 v Torus mills B452
TM-7RP — &N 2 [120-200 v Torus mills B453
TM-9RP 2 25.0 v Torus mills B454

v Very suitable v Suitable

General machining

5501R302GM m 2 3.0-20.0 v | v End mills B283
5601R302GM m 2| 30200 v I8 End mills B284
5502R3026M | Sy 2| 10200 v I8 End mills B285
S602R302GM | 2 | 20200 v I8 End mills B286
GM-2E —_— 2 | 10200 v |wv End mills B287
GM-2EL —_— 2 3.0-20.0 v | v End mills B288

v Very suitable v Suitable




product overview  S0lid carbide milling

General machining

Application

Products Solid carbide cutters Teeth (%] Type Page

M| K|N|S
GM-2EX — 2 | 3.0-200 v | v End mills B289
GM-2EFP — 2 6.0-16.0 v v End mills B290
GM-2F — 2 1.0-20.0 v v End mills B291
GM-2FL —_— 2 3.0-20.0 v |wv End mills B292
GM-2EP —— ) 0.5-5.0 v | v Mini end mills B293
GM-2ES —_— 2 0.3-3.0 v v Mini end mills B295
GM-3E s N\ 3| 1.0200 v [ End mills B296
GM-3EL L ———— 3 | 30200 v |v End mills B297
5501R303GM — — 3 3.0-20.0 v | v End mills B298
5601R303GM e 3 | 3.0-200 v | v End mills B299
5502R303GM | A 3 | 30200 v e End mills B300
5602R303GM - — 3 3.0-20.0 v | v End mills B301
5502R453GM — === 3 3.0-20.0 v | v End mills B302
5602R453GM _—m 3 | 30200 v |wv End mills B303
GM-4F-G — S 4 | 10200 v |v End mills B304
GM-4EL-G —— N 4 3.0-20.0 v | v End mills B305
GM-4FL-G —_—NUNS 4 3.0-16.0 v | v End mills B306
GM-4EX-G —e 4 | 3.0-200 v v End mills B307
GM-4E a 4 1.0-20.0 v |v End mills B308
GM-4E-G e S 4 | 1.0-200 v v End mills B309
GM-4EL L ———— 5 5 S 4 3.0-20.0 v | v End mills B310

v Very suitable

v Suitable
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SOIld Carbide mllling Product overview

General machining

Application
Products Solid carbide cutters Teeth 2 Type Page
M|K|N|S
GM-4EFP S ———— S 4 | 6.0-200 v |wv End mills B311
5501R304GF | e  AORCNS 4 | 30200 v I8 End mills B312
S601R304GF | e AR 4 | 30200 v I8 End mills B313
5502R304GF a 4 | 30200 v I8 End mills B314
5602R304GF | e NSNS 4 | 30200 v|v End mills B315
5508R454GM | o naURSAERS 4 3020 |v|v|v End mill B316
5602R454GM ﬂ 4 | 30200 v B End mills B317
5589R45MGFR - 6-10 | 6.0-12.0 v | v End mills B318
GM-6E B — S SN 6 | 60200 vi|v End mills B319
GM-6EL — NN 6 | 60200 v End mills B320
5565R302GF ﬁ 2 3.0-20.0 v | v Ball nose cutters B321
5665R202GM —— - 2 3.0-20.0 v | v Ball nose cutters B322
5566R302GF L 2 3.0-12.0 v | v Ball nose cutters B323
GM-2B 2 1.0-20.0 v | v Ball nose cutters B324
GM-2BL ————— O 2 2.0-20.0 v |v Ball nose cutters B325
GM-2BFP = = 2 1.0-20.0 v | v Ball nose cutters B326
GM-2BS _ 2 0.3-3.0 v | v Mini ball nose cutters B327
GM-2BP e 2 0.5-5.0 v | v Mini ball nose cutters B328
GM-4B 4 3.0-20.0 v | v Ball nose cutters B330
GM-4BL — 4 | 30200 v |v Ball nose cutters B331
GM-2R — 2| 10120 v |v Torus mills B332
v Very suitable v Suitable
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product overview  S0lid carbide milling

General machining

Application
Products Solid carbide cutters Teeth (%] Type Page
M| K|N|S
GM-4R —_— N 4 | 30120 v i Torus mills B333
GM-4RL _— X" 4 | 60160 v v Torus mills B334
S602R303GR | 3| 6080 v e Rippers B335
5602R304GR % 4 10.0-20.0 v | v Rippers B336
5602R305GR % 5 25.0 v | v Rippers B337
GM-4W —— S 4 | 60200 v [ Rippers B338
v Very suitable v Suitable
Machining high hardness steel
HM-2E — e 2 | 10200 End mills B389
HM-2EFP —_— 2 | 60200 End mills B390
HM-2EP ———— 2 0.5-5.0 Mini end mills B391
HM-2ES —_— 2 0.3-3.0 Mini end mills B393
HM-4E 4 | 10200 End mills B394
HM-4EL 4 | 30200 End mills B395
HM-4EFP [ — 4 | 60200 End mills B396
5502R55MHH || TS 48 | 30200 End mills B397
HM-6E 6 | 6.0-200 End mills B398
HM-6EL —(NNNNY 6 | 60200 End mills B399
HM-2B _—— 2 | 10200 Ball nose cutters B400
HM-2BL —_— ™ 2| 20200 Ball nose cutters B401
HM-2BFP = -t ] 2 1.0-20.0 Ball nose cutters B402
HM-2BS —_— 2 0.3-3.0 Mini ball nose cutters B403
v Very suitable v Suitable
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SOIld Carbide mllling Product overview

Machining high hardness steel

Application
Products Solid carbide cutters Teeth 2 Type Page
M|K|N|S
HM-2BP — 2 0.5-5.0 Mini ball nose cutters | B404
HM-4B m:‘ 4 3.0-20.0 Ball nose cutters B406
HM-4BL m 4 3.0-20.0 Ball nose cutters B407
HM-4R — N 4 | 30120 Torus mills B408
HM-4RF —— 4 | 60120 Torus mills B409
HM-4RP ——— 4 | 60160 Torus mills B410
v Very suitable v Suitable
Copper and copper alloys
5502R402NM 2 3.0-20.0 v End mills B411
NM-2E 2 1.0-12.0 v End mills B412
NM-2EP 2 0.5-5.0 v Mini end mills B413
NM-4E 4 3.0-12.0 v End mills B414
NM-2B 2 1.0-12.0 v Ball nose cutters B415
NM-2BP — 2 0.5-5.0 v Mini ball nose cutters | B416
v Very suitable v Suitable
Aluminium and aluminium alloys
’—__‘
AL-2E — 4t 2 | 10200 v End mills B417
AL-2EL , e 2 3.0-20.0 v End mills B418
AL-3E — 3| 1.0200 v End mills B419
AL-3EL — NN 3 | 3.0-200 v End mills B420
AL-3W — 3 | 60200 v Rippers B421
N
5565R302NH m@ 2 3.0-16.0 v Ball nose cutters B422
5566R302NH = 2 3.0-16.0 v Ball nose cutters B423
v Very suitable v Suitable
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Aluminium and aluminium alloys

Application
Products Solid carbide cutters Teeth (%] Type Page
M|K|N|S
AL-2B ——— 2 | 20120 v Ball nose cutters B424
AL-2R-AIR _— 2 | 60-200 v High perfz:msnce torus| gazs
AL-2RL-AIR = 2 | 60-200 v High perf‘;:msnce torus|  gaze
AL-3R-AIR f Sy 3120200 v High perfi:m:'”ce s gagy
AL-3RL-AIR ————— e W 3 |120-200 v High perfzzmsnce forus| - gazg
ALG-2E - 2 | 10200 v End mills B429
ALG-3E —— O 3 | 10200 v End mills B430
ALG-3E-W — ST 3| 30200 v End mills B431
ALP-3E = & = 3 | 10200 v End mills B432
ALP-3E-W -~ 3 | 30200 v End mills B433
ALP-4E ———— 4 | 30200 ¥ End mills B434
ALP-4E-W —_—— 4 | 30200 v End mills B435
ALG-2R —_—— 2 | 60250 v Torus mills B436
ALG-2R-W —_—_—— 2 | 60250 v Torus mills B437
v Very suitable v Suitable
HPC with unequal helix angle
5501R38414GM | S A 4 | 40200 v |v End mills B4SS
5502R38414GM | e RN 4 | 40200 v i v End mills B456
5601R38414GM | e A 4 | 40200 v v End mill B4S7
5602R38414GM | R 4 | 40200 v|v End mills B458
5502R38414GMR | e 4 | 40200 v 9 Torus mills B459
5602R38414GMR | 4 | 40200 v i Torus mills B460

v Very suitable

v Suitable
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Solid carbide milling  rroduct overview

HPC with unequal helix angle

Application
Products Solid carbide cutters Teeth 2 Type Page
M| K| NS
UM-4E ——— 4 | 40200 v v End mills B461
UM-4E-W ———— 4 | 40200 v v End mills B462
UM-4EL ——SUSU 4 | 40200 v | v End mills B463
UM-4EL-W ———SUNON 4 | 40200 v i|wv End mills B464
UM-4ELP-W e —SUES 4 | 40200 v |v End mills B465
UM-4EFP ——— 4 | 60200 v B End mills B466
UM-4R — - 4 4.0-20.0 v | v Torus mills B467
UM-4RL — - 4 6.0-16.0 v | v Torus mills B468
UM-4RFP ————CD 4 | 60160 v |v Torus mills B469
UM-5EP-W r— 3 5 | 60250 v I8 End mills B470
UMC-4E S SN 4 | 60200 v I8 End mills B471
UMC-4E-W g sSst 4 | 60200 v v End mills B472
VSM-4E —=\\NY 4 | 40200 v v End mills B473
VSM-4E-C —_—\Y 4 |100-200 v v End mills B474
VSM-4R —_— W 4 | 40200 v v Torus mills B475
v Very suitable v Suitable
Deburring cutter
5501/5601 a 3-4 0.2-0.7 vV v | v Deburring cutters B477
5501/5601 Ems 34 | 02-07 v Y Deburring cutters B478
5501/5601 % 34 | 0207 v iv|v Deburring cutters B479
5601 = 4 | 52100 viv|v Deburring cutters | B480

v Very suitable

v Suitable
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QCH series
Application
Products Solid carbide cutters Teeth (%] Type Page
P/ M| K| N|S
PM-2B 2 120320 | v | v | v Ball nose cutters B481
PM-4B 4 120-320 | v | v | v Ball nose cutters B482
PM-4E 4 120320 | v | v | v End mills B483
PM-4R 4 120320 | v | v | v Torus mills B484
HMX-2B 2 12.0-32.0 Ball nose cutters B486
HMX-4B 4 12.0-32.0 Ball nose cutters B487
HMX-4E 4 12.0-32.0 End mills B488
m .

HMX-4R m 4 12.0-32.0 Torus mills B489
VPM-4E w 4 120250 v | v | v End mills B485

v Very suitable

v Suitable
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Solid carbide milling crade overview

Coated cemented carbide PVD

Grade Grade description
KMD401 PVD coated carbide substrate for high performance milling application of non-ferrous metals, CFRP and GFRP and organic
materials. The DLC layer has very good wear protection and high thermal stability.
KMG303 PVD coated carbide substrate for universal milling application of steel (up to HRC<=48), stainless steel and cast iron.
PVD coated carbide substrate for high performance milling application of steel (up to HRC <55), stainless steel, super alloy
KMG405 - - . 5 . T
material and cast iron. High wear resistance and toughness for a wide application field.
PVD coated carbide substrate for entry into high performance machining. Universal range of application for steel and cast
KMG406 ; ;
materials up to 55 HRC as well as stainless steel.
KMG555 PVD coated carbide substrate for hard milling application of steel (HRC 55-68), highest wear resistance and toughness for best
cutting result.
KMG309 PVD coated carbide substrate for non ferrous materials. High wear resistance even in abrasive materials.

Uncoated cemented carbide

Grade Grade description
YK30F Uncoated K30 carbide substrate for steel, stainless steel, cast iron and non ferrous materials.
N
B276 v
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Uncoated cemented carbide

Grade Grade description

YK40F Uncoated K20-K30/N20-N30 carbide substrate for cast iron and non ferrous materials.
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Solid carbide milling  system code - pin-is0

R

30

2

GM RO05 0800

1 2 3 4 5 6 7 8 9 10
Type Shank type
Code Description Code Description
5 Milling cutter 1 Shank
5 DIN 6535 HA
6 Weldon shank DIN 6535 HB
7 Whistle Notch DIN 6535 HE
9 Morse taper shank
1 2
Cutting edge type Tool length
Code Description Code Description
0 Square shoulder mill 1 DIN 6527 K
6 Ball nose cutter 2 DIN 6527 L
8 Torus mill 5 Factory standard ZCC-A
6 Factory standard ZCC-B
8 DIN 6528
9 Factory standard ZCC-D
3 4
Rotation direction Helix angle Number of teeth
Code Description Code Description Code Description
R Right 20 20° 2 2
L Left 30 30°
3841 38°/41°
45 45° M Indicated when different
diameters have a different number of teeth
55 55°
60 60°
5 6 7
Application Radius [mm)] Diameter [mm]
Code Description Code Description Code Description
GM Semi-finishing RO3 0,3 0100 1,0
GF Finishing R15 1,5 0800 8,0
HM Hard machining R30 3,0 2000 20,0
MHH High-speed hard machining
NH High-performance machining of heat-resistant alloys
8 9 10
P C PO P
a Groove milling b Square shoulder milling c Profile milling d Slot milling e Face milling f Chamfer milling

g Plunge milling

B278
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systemcode-Jis  S0lid carbide milling

L P - D12 R0.5 - MO8

1 2 4 5 6 7 8
Application
Code Description
GR General roughing
GM Semi-finishing
GF Finishing
PM High-performance machining
EPM «Ecoline» — High-performance machining
VPM Full-slot applications
HM Hard machining Nomber
of teeth
NM General machining of non-ferrous metals
AL General machining of Al and Al alloys
ALP High-performance machining of Al and Al alloys
ALG General machining of Al and Al alloys
UM HSC/HPC machining
uMmc HSC machining with chip splitter geometry
VSM General machining of heat-resistant alloys
™ General machining of heat-resistant alloys
1 2
Cutting edge type Cutting edge length Type
Code Code Description Code Description
E Square shoulder mill with protective chamfer L Long S Mini diameter
F Square shoulder mill with sharp cutting edges X Extra long P Ground neck
B Ball nose cutter F Short C Conical neck
R Torus mill
w Ripper
H High-feed mill
3 4 5
Diameter [mm] Radius [mm] Features
Code Description Code Description Code Description
D3.0 3,0 RO.5 0,5 G Spiral angle 30°
D20.0 20,0 R3.0 3,0 M Neck length [mm]
S Thin shank
AIR For aerospace industry
6 7 8

a I b I 4 ; d ; e ; f @ g :
c Profile milling d Slot milling e Face milling

a Groove milling b Square shoulder milling

h Circular milling/Ramping

v

f Chamfer milling

g Plunge milling
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Solid carbide mllllng System code — QCH series

Q 08 -

PM

2 B

D12 RO0.5

1 2 4 5 7
Thread diametre [mm] Application
Code Description Code Description
08 8,0 PM High-performance machining
Thread type 10 10,0 HMX Hard machining
12 12,0
14 14,0
18 18,0
1 2 3
Cutting edge type Diametre [mm]
Code Description Code Description
E Square shoulder mill with protective chamfer D3.0 3,0
Number of
teeth B Ball nose cutter D8.0 8,0
R Torus mill D20.0 20,0
4 5 6
Radius [mm]
Code Description
RO.5 0,5
R1.0 155
R3.0 3,0
7

a b C : d : e i f @ g : h :
a Groove milling b Square shoulder milling f Chamfer milling

h Circular milling/Ramping

B28o
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System code — QCH shanks Solid carbide mllllng

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 90
S Steel - Cylindrically stepped 115 115
7 8 9

A
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amseries  Solid carbide milling

End mill

5501R302GM 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

Semi-finishing

g = o] KCH /
— cou]
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 ‘YK30F
5501R302GM-0300 3 6 4 50 0 0 2 ° o
5501R302GM-0400 - 6 5 54 0 0 2 @ (0]
5501R302GM-0500 5 6 6 54 0 0 2 ° (<]
5501R302GM-0600 6 6 7 54 45 0.1 2 ° o
5501R302GM-0800 8 8 9 58 45 0.1 2 ° o
5501R302GM-1000 10 10 11 66 45 0.1 2 ° o
5501R302GM-1200 12 12 12 73 45 0.1 2 ° o
5501R302GM-1400 14 14 14 75 45 0.15 2 ° o
5501R302GM-1600 16 16 16 82 45 0.15 2 ° [}
5501R302GM-1800 18 18 18 84 45 0.15 2 ° o
5501R302GM-2000 20 20 20 92 45 0.15 2 ° o
e Ex stock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data , B492 Nonstandard order \\ B541
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Solid carbide milling  cmseries

Turning

End mill

5601R302GM 0 0 & @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Milling
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Drilling
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Semi-finishing

i = KCH /
"
CHW T
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303
5601R302GM-0300 3 6 4 50 0 0 2 )
5601R302GM-0400 4 6 = 54 0 0 2 ()
5601R302GM-0500 5 6 6 54 0 0 2 )
5601R302GM-0600 6 6 7 54 45 0.1 2 °
5601R302GM-0800 8 8 9 58 45 0.1 2 °
5601R302GM-1000 10 10 11 66 45 0.1 2 ®
5601R302GM-1200 12 12 12 73 45 0.1 2 ®
5601R302GM-1400 14 14 14 75 45 0.15 2 ®
5601R302GM-1600 16 16 16 82 45 0.15 2 [
5601R302GM-1800 18 18 18 84 45 0.15 2 ()
5601R302GM-2000 20 20 20 92 45 0.15 2 )
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code J B278 Cutting data , B492 Nonstandard order B541

B2s4



amseries  SOlid carbide milling

End mill long cutting edge

5502R302GM 0 0 @ @ @ 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 30°

| i C——— e — — = =E ==1

Semi-finishing

KCH /

CHW T

Dimensions [mm]

Grade

Article X D d (he) H L KCH CHW Teeth KMG303 ‘YKSOF
5502R302GM-0100 1 3 2 38 0 0 2 ° o
5502R302GM-0150 1.5 3 3 38 0 0 2 @ o
5502R302GM-0200 2 6 6 57 0 0 2 ° o
5502R302GM-0250 25 6 7 57 0 0 2 ° o
5502R302GM-0280 2.8 6 7 57 0 0 2 ° o
5502R302GM-0300 3 6 7 57 0 0 2 ° o
5502R302GM-0350 3:5 6 7 57 0 0 2 ° o
5502R302GM-0380 3.8 6 8 57 0 0 2 ° o
5502R302GM-0400 4 6 8 57 0 0 2 ° [}
5502R302GM-0450 4.5 6 8 57 0 0 2 ° o
5502R302GM-0480 4.8 6 8 57 0 0 2 ° o
5502R302GM-0500 5 6 10 57 0 0 2 @ o
5502R302GM-0550 55 6 10 57 0 0 2 ° o
5502R302GM-0575 575 6 10 57 0 0 2 ° o
5502R302GM-0600 6 6 10 57 45 0.1 2 ° o
5502R302GM-0675 675 8 13 63 45 0.1 2 o o
5502R302GM-0700 7 8 13 63 45 0.1 2 ° o
5502R302GM-0750 75 8 16 63 45 0.1 2 ° o
5502R302GM-0775 775 8 16 63 45 0.1 2 ° o
5502R302GM-0800 8 8 16 63 45 0.1 2 ° o
5502R302GM-0870 8.7 10 16 72 45 0.1 2 ° o
5502R302GM-0900 9 10 16 72 45 0.1 2 ° o
5502R302GM-0950 9.5 10 16 72 45 0.1 2 o o
5502R302GM-1000 10 10 19 72 45 0.1 2 ° o
5502R302GM-1100 1 12 22 83 45 0.1 2 ° o
5502R302GM-1170 117 12 22 83 45 0.1 2 ° o
5502R302GM-1200 12 12 22 83 45 0.1 2 ° o
5502R302GM-1370 137 14 22 83 45 0.1 2 ° o
5502R302GM-1400 14 14 22 83 45 0.15 2 ° o
5502R302GM-1500 15 16 26 92 45 0.15 2 ° o
5502R302GM-1570 15.7 16 26 92 45 0.15 2 o [}
5502R302GM-1600 16 16 26 92 45 O3S 2 ° o
5502R302GM-1700 17 18 26 92 45 0.15 2 o o
5502R302GM-1800 18 18 26 92 45 0.15 2 ° o
5502R302GM-2000 20 20 32 104 45 0.15 2 ° o

e Ex stock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
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Solid carbide milling  cmseries

End mill long cutting edge

5602R302GM 0 0 & @ @ 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 30°

Semi-finishing

e e et H
CHW T
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303
5602R302GM-0200 2 6 6 57 0 0 2 °
5602R302GM-0250 25 6 7 5% 0 0 2 °
5602R302GM-0280 2.8 6 7 57 0 0 2 °
5602R302GM-0300 3 6 7 57 0 0 2 °
5602R302GM-0350 3.5 6 7 57 0 0 2 °
5602R302GM-0380 3.8 6 8 57 0 0 2 °
5602R302GM-0400 4 6 8 57 0 0 2 °
5602R302GM-0450 45 6 8 57 0 0 2 °
5602R302GM-0480 4.8 6 8 57 0 0 2 °
5602R302GM-0500 5 6 10 57 0 0 2 °
5602R302GM-0550 55 6 10 57 0 0 2 °
5602R302GM-0575 5.75 6 10 5% 0 0 2 °
5602R302GM-0600 6 6 10 57 45 0.1 2 °
5602R302GM-0675 6.75 8 13 63 45 0.1 2 o
5602R302GM-0700 7 8 13 63 45 0.1 2 [
5602R302GM-0750 735 8 16 63 45 0.1 2 °
5602R302GM-0775 7.75 8 16 63 45 0.1 2 o
5602R302GM-0800 8 8 16 63 45 0.1 2 °
5602R302GM-0870 8.7 10 16 72 45 0.1 2 °
5602R302GM-0900 9 10 16 72 45 0.1 2 °
5602R302GM-1000 10 10 19 72 45 0.1 2 °
5602R302GM-1170 iz 12 22 83 45 0.1 2 ®
5602R302GM-1200 12 12 22 83 45 0.1 2 °
5602R302GM-1370 13.7 14 22 83 45 0.1 2 °
5602R302GM-1400 14 14 22 83 45 0.15 2 [
5602R302GM-1570 157 16 26 92 45 0.15 2 L)
5602R302GM-1600 16 16 26 92 45 0.15 2 °
5602R302GM-1800 18 18 26 92 45 0.15 2 °
5602R302GM-2000 20 20 32 104 45 0.15 2 °
e Exstock o Ondemand
2 With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
N
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End mill

Semi-finishing

wzx PP PP

- Factory standard
- Centre cutting
- Helix angle 35°

A
ol B G
H
L
Dimensions [mm] Grade
Article sk D d (h6) H L Teeth Geometry KMG303
GM-2E-D1.0S 1 4 3 50 2 A )
GM-2E-D1.5S 1.5 4 4 50 2 A [
GM-2E-D2.0S 2 4 6 50 2 A L)
GM-2E-D2.5S 2.5 4 8 50 2 A ®
GM-2E-D3.0S 3 4 8 50 2 A [
GM-2E-D4.0S 4 4 11 50 2 B ®
GM-2E-D1.0 1 6 3 50 2 A °
GM-2E-D1.5 1.5 6 4 50 2 A [
GM-2E-D2.0 2 6 6 50 2 A °
GM-2E-D2.5 25 6 8 50 2 A [
GM-2E-D3.0 3 6 8 50 2 A °
GM-2E-D3.5 3.5 6 10 50 2 A °
GM-2E-D4.0 4 6 11 50 2 A [
GM-2E-D4.5 4.5 6 11 50 2 A [
GM-2E-D5.0 5 6 13 50 2 A ®
GM-2E-D5.5 55 6 16 50 2 A °
GM-2E-D6.0 6 6 16 50 2 B °
GM-2E-D7.0 2 8 20 60 2 A [
GM-2E-D8.0 8 8 20 60 2 B °
GM-2E-D9.0 9 10 22 75 2 A [
GM-2E-D10.0 10 10 25 75 2 B °
GM-2E-D11.0 11 12 26 75 2 A °
GM-2E-D12.0 12 12 30 75 2 B )
GM-2E-D14.0 14 14 32 75 2 B ®
GM-2E-D16.0 16 16 45 100 2 B ®
GM-2E-D18.0 18 18 45 100 2 B ®
GM-2E-D20.0 20 20 45 100 2 B °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
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Solid carbide milling  cmseries

- Factory standard
- Centre cutting
- Helix angle 35°

Turning

End mill long cutting edge

wzm PP PP

Semi-finishing

A
B S
| .
L
o Dimensions [mm] Grade
c
= Article B D d (h6) H L Teeth Geometry KMG303
= GM-2EL-D3.0 3 6 12 75 2 A °
GM-2EL-D4.0 4 6 15 75 2 A ()
GM-2EL-D5.0 5 6 20 75 2 A °
GM-2EL-D6.0 6 6 20 75 2 B ]
GM-2EL-D8.0 8 8 25 100 2 B °
GM-2EL-D10.0 10 10 30 100 2 B ®
C GM-2EL-D12.0 12 12 35 100 2 B °
GM-2EL-D14.0 14 14 40 100 2 B (]
GM-2EL-D16.0 16 16 50 150 2 B °
GM-2EL-D20.0 20 20 55 150 2 B ]
- e Exstock o Ondemand
= s With internal cooling
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
2%
£E
o O
=2
=
[}
©
£
System code . B278 Cutting data ' B492 Nonstandard order B541
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End mill extra long cutting edge

Semi-finishing

wzx PP PP

- Factory standard

- Centre cutting
- Helix angle 35°

9] ESSYol
0] H o
L
‘cIf = —— % a
T B
L
Dimensions [mm] Grade
Article sk D d (h6) H L Teeth Geometry KMG303
GM-2EX-D3.0 3 6 20 75 2 A (]
GM-2EX-D4.0 4 6 25 75 2 A [
GM-2EX-D5.0 5 6 30 75 2 A °
GM-2EX-D6.0 6 6 30 75 2 B o
GM-2EX-D8.0 8 8 40 100 2 B o
GM-2EX-D10.0 10 10 50 110 2 B o
GM-2EX-D12.0 12 12 50 1o 2 B o
GM-2EX-D16.0 16 16 70 150 2 B o
GM-2EX-D20.0 20 20 75 150 2 B o
e Exstock o Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code .~ B278 Cutting data ~ B492 Nonstandard order ; B541
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Solid carbide milling  cmseries

End mill short cutting edge

GM-2EFP 0 0 & @ @ 0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

R EEEEE—— -
Dimensions [mm] Grade
Article s D | dhe | d, H M L Teeth  |KMG303
GM-2EFP-D6.0 6 6 5.8 9 30 75 2 o
GM-2EFP-D8.0 8 8 7.8 12 40 100 74 o
GM-2EFP-D10.0 10 10 9.6 15 50 100 2 o)
GM-2EFP-D12.0 12 12 1.5 18 50 100 2 o
GM-2EFP-D16.0 16 16 15.5 24 50 150 2 o
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order ) B541

B290



amseries  Solid carbide milling

End mill Semi-finishing

wx PP PP

- Factory standard
- Centre cutting
- Helix angle 35°

— e

L H
Dimensions [mm] Grade
Article sk D d (h6) H L Teeth Geometry KMG303
GM-2F-D1.0 1 6 3 50 2 A o
GM-2F-D1.5 1.5 6 4 50 2 A o
GM-2F-D2.0 2 6 6 50 2 A o
GM-2F-D2.5 2.5 6 8 50 2 A o
GM-2F-D3.0 3 6 8 50 2 A °
GM-2F-D3.5 3.5 6 10 50 2 A o
GM-2F-D4.0 4 6 11 50 2 A °
GM-2F-D4.5 4.5 6 11 50 2 A [
GM-2F-D5.0 5 6 13 50 2 A °
GM-2F-D5.5 50 6 16 50 2 A o
GM-2F-D6.0 6 6 16 50 2 B °
GM-2F-D7.0 7 8 20 60 2 A °
GM-2F-D8.0 8 8 20 60 2 B [
GM-2F-D9.0 9 10 27 75 2 A o
GM-2F-D10.0 10 10 25 75 2 B o
GM-2F-D11.0 11 12 26 75 2 A o
GM-2F-D12.0 12 12 30 75 2 B °
GM-2F-D14.0 14 14 32 75 2 B o
GM-2F-D16.0 16 16 45 100 2 B o
GM-2F-D18.0 18 18 45 100 2 B o
GM-2F-D20.0 20 20 45 100 2 B o
e Exstock o Ondemand
%% With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data ~ B492 Nonstandard order > B541
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Solid carbide milling  cmseries

- Factory standard
- Centre cutting
- Helix angle 35°

Turning

End mill long cutting edge

i PP PP

Semi-finishing

NS ——
N i\} .
L H
o Dimensions [mm] Grade
(=
= Article b D d (h6) H L Teeth Geometry KMG303
= GM-2FL-D3.0 3 6 12 75 2 A o
GM-2FL-D4.0 4 6 15 75 2 A o
GM-2FL-D5.0 5 6 20 75 2 A o
GM-2FL-D6.0 6 6 20 75 2 B o
GM-2FL-D8.0 8 8 25 100 2 B o
GM-2FL-D10.0 10 10 30 100 2 B o
C GM-2FL-D12.0 12 12 35 100 2 B o
GM-2FL-D14.0 14 14 40 100 2 B o
GM-2FL-D16.0 16 16 50 150 2 B o
GM-2FL-D20.0 20 20 55 150 2 B (o)
- e Exstock o Ondemand
= s With internal cooling
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
o5
£E
o O
==
5
(9]
©
£
System code B278 Cutting data . B492 Nonstandard order p B541

B292



amseries  SOlid carbide milling

End mill

Semi-finishing

iz P P PP

- Factory standard
- Centre cutting
- Helix angle 35°

o] ol
ﬁ.ﬂ Ty 5, H
Dimensions [mm] Grade
Article s D dhe) | d, H M L Teeth  |KMG303
GM-2EP-D0.5-M04 0.5 4 0.45 0.7 4 50 2 °
GM-2EP-D0.5-M06 0.5 4 0.45 0.7 6 50 2 °
GM-2EP-D0.5-M08 0.5 4 045 0.7 8 50 2 °
GM-2EP-D0.8-M04 0.8 4 0.75 1.2 4 50 2 [
GM-2EP-D0.8-M06 0.8 4 0.75 1.2 6 50 2 °
GM-2EP-D0.8-M08 0.8 4 0.75 1.2 8 50 2 °
GM-2EP-D0.8-M10 0.8 4 0.75 1.2 10 50 2 °
GM-2EP-D1.0-M04 1 4 0.95 15 4 50 2 °
GM-2EP-D1.0-M06 1 4 0.95 1.5 6 50 2 °
GM-2EP-D1.0-M08 1 4 0.95 1.5 8 50 2 °
GM-2EP-D1.0-M10 1 4 0.95 15 10 50 2 °
GM-2EP-D1.0-M12 il 4 0.95 1.5 12 50 2 o
GM-2EP-D1.0-M14 1 4 0.95 1.5 14 50 2 °
GM-2EP-D1.2-M06 1.2 4 NS 1.8 6 50 2 °
GM-2EP-D1.2-M08 1.2 4 115 1.8 8 50 2 °
GM-2EP-D1.2-M10 152 4 15115 1.8 10 50 2 °
GM-2EP-D1.2-M12 1.2 4 115 1.8 12 50 2 o
GM-2EP-D1.5-M06 1.5 4 1.45 23 6 50 2 °
GM-2EP-D1.5-M08 15 4 1.45 23 8 50 2 °
GM-2EP-D1.5-M10 155 4 1.45 23 10 50 2 °
GM-2EP-D1.5-M12 15 4 1.45 23 12 50 2 °
GM-2EP-D1.5-M14 1.5 4 1.45 2.3 14 50 2 o
GM-2EP-D2.0-M06 2 4 1.95 3 6 50 2 °
GM-2EP-D2.0-M08 2 4 1295 3 8 50 2 °
GM-2EP-D2.0-M10 2 4 1.95 3 10 50 2 °
GM-2EP-D2.0-M12 2 4 1:95 3 12 50 2 °
GM-2EP-D2.0-M14 2 4 1.95 3 14 50 2 °
GM-2EP-D2.0-M16 2 4 1.95 3 16 50 2 °
GM-2EP-D2.5-M08 25 4 24 37 8 50 2 °
GM-2EP-D2.5-M10 2.5 4 24 37 10 50 2 °
GM-2EP-D2.5-M12 25 4 24 3.7 12 50 2 ®
GM-2EP-D2.5-M14 25 4 24 37 14 50 2 2
GM-2EP-D2.5-M16 25 4 24 3.7 16 60 2 °
GM-2EP-D2.5-M18 25 4 24 3.7 18 60 2 °
GM-2EP-D2.5-M20 2.5 4 24 37 20 60 2 °
GM-2EP-D3.0-M06 3 6 2.85 4.5 6 50 2 [
GM-2EP-D3.0-M08 3 6 2.85 45 8 50 2 °
e Ex stock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541

B293
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Solid carbide milling  cmseries

End mill

Semi-finishing

iz P P PP

Turning

- Factory standard
- Centre cutting
- Helix angle 35°

ﬁi . 5 |, H.
B Dimensions [mm] Grade
Article 5 D . dhe | 4, H M L Teeth | KMG303
GM-2EP-D3.0-M10 3 6 2.85 45 10 50 2 °
GM-2EP-D3.0-M12 3 6 2.85 4.5 12 50 2 °
o GM-2EP-D3.0-M14 3 6 2.85 4.5 14 60 2 °
é GM-2EP-D3.0-M16 3 6 2.85 4.5 16 60 2 °
g GM-2EP-D3.0-M18 3 6 2.85 45 18 60 2 °
GM-2EP-D3.0-M20 3 6 2.85 4.5 20 60 2 ()
GM-2EP-D4.0-M12 4 6 3.85 6 12 50 2 °
GM-2EP-D4.0-M14 4 6 3.85 6 14 60 2 °
GM-2EP-D4.0-M16 4 6 3.85 6 16 60 2 °
GM-2EP-D4.0-M20 4 6 3.85 6 20 60 2 °
C GM-2EP-D4.0-M25 4 6 3.85 6 25 60 2 °
GM-2EP-D5.0-M16 5 6 4.85 7.5 16 60 2 ()
GM-2EP-D5.0-M25 5 6 4.85 7.5 25 70 2 °
e Exstock o Ondemand
< With internal cooling
g
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
o5
:
g2
=
5
=
System code . B278 Cutting data B492 Nonstandard order B541

B294



amseries  SOlid carbide milling

Schaftfraser

Semi-finishing

s P P P PP

- Factory standard
- Centre cutting
- Helix angle 35°

; T s -—+ RS
10° L |
Dimensions [mm] Grade
Article * D ‘ d (h6) ’ H L Teeth KMG303
GM-2ES-D0.3 0.3 4 0.6 50 2 °
GM-2ES-D0.4 0.4 4 0.8 50 2 [
GM-2ES-D0.5 0.5 4 1 50 2 ®
GM-2ES-D0.6 0.6 4 1.2 50 2 [
GM-2ES-D0.7 0.7 4 1.4 50 2 [
GM-2ES-D0.8 0.8 4 1.6 50 2 °
GM-2ES-D0.9 0.9 4 1.8 50 2 °
GM-2ES-D1.0 1 4 2 50 2 [
GM-2ES-D1.1 1.1 4 2 50 2 ®
GM-2ES-D1.2 1.2 4 25 50 2 £l
GM-2ES-D1.3 1.3 4 25 50 2 °
GM-2ES-D1.4 1.4 4 3 50 2 [
GM-2ES-D1.5 1.5 4 3 50 2 ®
GM-2ES-D1.6 1.6 4 35 50 2 °
GM-2ES-D1.7 1.7 4 35 50 2 [
GM-2ES-D1.8 1.8 4 4 50 2 [
GM-2ES-D1.9 1.9 4 4 50 2 °
GM-2ES-D2.0 2 4 4 50 2 °
GM-2ES-D2.1 2.1 4 4 50 2 °
GM-2ES-D2.2 22 4 45 50 2 ®
GM-2ES-D2.3 23 4 45 50 2 °
GM-2ES-D2.4 24 4 5 50 2 [
GM-2ES-D2.5 25 4 5 50 2 [
GM-2ES-D2.6 2.6 4 50 2 [
GM-2ES-D2.7 2.7 4 55 50 2 [
GM-2ES-D2.8 2.8 4 55 50 2 °
GM-2ES-D2.9 29 4 6 50 2 [
GM-2ES-D3.0 3 4 6 50 2 [
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
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Solid carbide milling  cmseries

End mill

iz PP PP

- Factory standard
- Centre cutting
- Helix angle 45°

Semi-finishing

b A
B
L
Dimensions [mm] Grade
Article b D d (h6) H ‘ L Teeth Geometry KMG303
GM-3E-D1.0S 1 4 3 50 3 A o
GM-3E-D1.5S 15 4 4 50 3 A o
GM-3E-D2.0S 2 4 6 50 3 A o
GM-3E-D2.5S 25 4 8 50 3 A o
GM-3E-D3.0S 3 4 8 50 3 A o
GM-3E-D4.0S 4 4 11 50 3 B o
GM-3E-D1.0 1 6 3 50 3 A o
GM-3E-D1.5 1.5 6 4 50 3 A o
GM-3E-D2.0 2 6 6 50 3 A o
GM-3E-D2.5 25 6 8 50 3 A (o)
GM-3E-D3.0 3 6 8 50 3 A o
GM-3E-D3.5 3.5 6 10 50 3 A e}
GM-3E-D4.0 4 6 11 50 3 A o
GM-3E-D4.5 45 6 11 50 3 A o
GM-3E-D5.0 5 6 13 50 3 A o
GM-3E-D5.5 55 6 16 50 3 A o
GM-3E-D6.0 6 6 16 50 3 B o
GM-3E-D7.0 7 8 20 60 3 A o
GM-3E-D8.0 8 8 20 60 3 B o
GM-3E-D9.0 9 10 22 75 3 A o
GM-3E-D10.0 10 10 25 75 3 B o
GM-3E-D11.0 11 12 26 75 3 A o
GM-3E-D12.0 12 12 30 75 3 B o
GM-3E-D14.0 14 14 32 75 3 B o
GM-3E-D16.0 16 16 45 100 3 B o
GM-3E-D18.0 18 18 45 100 3 B o
GM-3E-D20.0 20 20 45 100 3 B o
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code . B278 Cutting data ' B492 Nonstandard order B541

B296



amseries  Solid carbide milling

End mill long cutting edge

i PP PP

- Factory standard
- Centre cutting
- Helix angle 45°

Semi-finishing

'Uli N — ol
1 { - A
10°_— H
N L
) E— s :
L
Dimensions [mm] Grade
Article 3% D d (h6) H ‘ L Teeth Geometry KMG303
GM-3EL-D3.0 3 6 12 75 3 A °
GM-3EL-D4.0 4 6 15 75 3 A °
GM-3EL-D5.0 5 6 20 75 3 A °
GM-3EL-D6.0 6 6 20 75 3 B ®
GM-3EL-D8.0 8 8 25 100 3 B °
GM-3EL-D10.0 10 10 30 100 3 B ®
GM-3EL-D12.0 12 12 35 100 3 B °
GM-3EL-D14.0 14 14 40 100 3 B [
GM-3EL-D16.0 16 16 50 150 3 B °
GM-3EL-D20.0 20 20 55 150 3 B [
e Ex stock o Ondemand
& With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code > B278 Cutting data B492 Nonstandard order B541

B297

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

Solid carbide milling  cmseries

End mill Semi-finishing

5501R303GM 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

O

Technical
Information

Index

(SR < N N
'R 0] KCH /
aas T
L
CHW
Dimensions [mm] Grade
Article b D d (h6) H L KCH CHW Teeth KMG303 | YK30F
5501R303GM-0300 3 6 4 50 0 0 3 ° o
5501R303GM-0400 4 6 5 54 0 0 3 ° o
5501R303GM-0500 5 6 6 54 0 0 3 ° o
5501R303GM-0600 6 6 7 54 45 0.1 3 ° o
5501R303GM-0800 8 8 9 58 45 0.1 3 ° o
5501R303GM-1000 10 10 il 66 45 0.1 3 ° o
5501R303GM-1200 12 12 12 73 45 0.1 3 ° o
5501R303GM-1400 14 14 14 75 45 0.15 3 ° o
5501R303GM-1600 16 16 16 82 45 0.15 3 e o
5501R303GM-1800 18 18 18 84 45 0.15 3 ° o
5501R303GM-2000 20 20 20 92 45 0.15 3 ° o
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code . B278 Cutting data ' B492 Nonstandard order B541
N
B29s . l



amseries  Solid carbide milling

End mill

5601R303GM 0 0 & @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Semi-finishing

o f—SSST ol e /
H
L
CHW
Dimensions [mm] Grade
Article 5k D d (h6) H L KCH CHW Teeth KMG303
5601R303GM-0300 3 6 4 50 0 0 3 °
5601R303GM-0400 4 6 5 54 0 0 3 °
5601R303GM-0500 5 6 6 54 0 0 3 °
5601R303GM-0600 6 6 7 54 45 0.1 3 °
5601R303GM-0800 8 8 9 58 45 0.1 3 @
5601R303GM-1000 10 10 11 66 45 0.1 3 °
5601R303GM-1200 12 12 12 73 45 0.1 3 °
5601R303GM-1400 14 14 14 z5 45 0.15 3 °
5601R303GM-1600 16 16 16 82 45 0.15 3 °
5601R303GM-1800 18 18 18 84 45 (1 3 °
5601R303GM-2000 20 20 20 92 45 0.15 3 °
e Ex stock o Ondemand
With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code .~ B278 Cutting data B492 Nonstandard order ; B541
N
‘ B299
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Turning

Milling

N

Drilling

Solid carbide milling  cmseries

End mill long cutting edge Semi-finishing

5502R303GM 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

O

Technical
Information

Index

[ —— KCH /
as
L
CHW T
Dimensions [mm] Grade
Article b D d (h6) H L KCH CHW Teeth KMG303 | YK30F
5502R303GM-0300 3 6 7 57 0 0 3 ° o
5502R303GM-0400 4 6 8 57 0 0 3 ° (]
5502R303GM-0500 5 6 10 57 0 0 3 ° o
5502R303GM-0600 6 6 10 57 45 0.1 3 ° o
5502R303GM-0800 8 8 16 63 45 0.1 3 ° o
5502R303GM-1000 10 10 19 72 45 0.1 3 ° o
5502R303GM-1200 12 12 22 83 45 0.1 3 ° o
5502R303GM-1300 13 14 22 83 45 0.1 3 o
5502R303GM-1400 14 14 22 83 45 0.15 3 e o
5502R303GM-1600 16 16 26 92 45 0.15 3 ° e}
5502R303GM-1800 18 18 26 92 45 0.15 3 ° o
5502R303GM-2000 20 20 32 104 45 0.15 3 ° (]
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code . B278 Cutting data B492 Nonstandard order B541
N
B300 v



amseries  Solid carbide milling

End mill long cutting edge

5602R303GM 0 0 & @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Semi-finishing

t] iy ] beH /
H
L
CHW
Dimensions [mm] Grade
Article 5k D d (h6) H L KCH CHW Teeth KMG303

5602R303GM-0300 3 6 7 57 0 0 3 °
5602R303GM-0400 4 6 8 S 0 0 3 °
5602R303GM-0500 5 6 10 57 0 0 3 °
5602R303GM-0600 6 6 10 57 45 0.1 3 °
5602R303GM-0800 8 8 16 63 45 0.1 3 °
5602R303GM-1000 10 10 19 72 45 0.1 3 ]
5602R303GM-1200 12 12 22 83 45 0.1 3 °
5602R303GM-1400 14 14 22 83 45 0.15 3 °
5602R303GM-1600 16 16 26 92 45 0.15 3 °
5602R303GM-1800 18 18 26 92 45 0.15 3 °
5602R303GM-2000 20 20 32 104 45 0.15 3 °
e Exstock o Ondemand

With internal cooling

Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
<
v B301
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Solid carbide milling  cmseries

A End mill long cutting edge

5502R453GM 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 45°

Turning

Milling

N

Drilling

O

Technical
Information

Index

Semi-finishing

(O < N N
d]ﬁ H KCH/
AT T
CHW T
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG405
5502R453GM-0300 3 6 7 57 0 0 3 °
5502R453GM-0400 4 6 8 5% 0 0 3 °
5502R453GM-0500 5 6 10 57 0 0 3 °
5502R453GM-0600 6 6 10 57 45 0.1 3 °
5502R453GM-0800 8 8 16 63 45 0.1 3 °
5502R453GM-1000 10 10 19 72 45 0.1 3 °
5502R453GM-1200 12 12 22 83 45 0.1 3 °
5502R453GM-1400 14 14 22 83 45 0.15 3 °
5502R453GM-1600 16 16 26 92 45 0.15 3 °
5502R453GM-1800 18 18 26 92 45 0.15 3 °
5502R453GM-2000 20 20 32 104 45 0.15 3 °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code . B278 Cutting data ' B492 Nonstandard order B541
o

B302



amseries  Solid carbide milling

End mill long cutting edge

5602R453GM 0 0 & @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 45°

Semi-finishing

<
q

d SRS ol e /
AT ;
L
CHW T
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 | KMG405
5602R453GM-0300 3 6 7 57 0 0 3 o °
5602R453GM-0400 4 6 8 57 0 0 3 o °
5602R453GM-0500 5 6 10 57 0 0 3 o °
5602R453GM-0600 6 6 10 57 45 0.1 3 o °
5602R453GM-0800 8 8 16 63 45 0.1 3 o °
5602R453GM-1000 10 10 19 72 45 0.1 3 o °
5602R453GM-1200 12 12 22 83 45 0.1 3 o °
5602R453GM-1400 14 14 20, 83 45 0.15 3 o °
5602R453GM-1600 16 16 26 92 45 0.15 3 o °
5602R453GM-1800 18 18 26 92 45 0.15 3 o °
5602R453GM-2000 20 20 32 104 45 0.15 3 o °
e Ex stock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541

B303
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Solid carbide milling  cmseries

End mill Semi-finishing

i PP PP

- Factory standard
- Centre cutting
- Helix angle 30°

e

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-4F-D2.0S-G 2 4 6 50 4 A o
GM-4F-D2.55-G 25 4 8 50 4 A o
GM-4F-D4.0S-G 4 4 11 50 4 B o
GM-4F-D1.0-G 1 6 3 50 4 A o
GM-4F-D1.5-G 1.5 6 4 50 4 A o
GM-4F-D2.0-G 2 6 6 50 4 A o
GM-4F-D2.5-G 25 6 8 50 4 A o
GM-4F-D3.0-G 3 6 8 50 4 A o
GM-4F-D3.5-G 35 6 10 50 4 A o
GM-4F-D4.0-G 4 6 11 50 4 A (o)
GM-4F-D4.5-G 45 6 11 50 4 A o
GM-4F-D5.0-G 5 6 13 50 4 A o
GM-4F-D5.5-G 55 6 16 50 4 A o
GM-4F-D6.0-G 6 6 16 50 4 B o
GM-4F-D7.0-G 7 8 20 60 4 A o
GM-4F-D8.0-G 8 8 20 60 4 B o
GM-4F-D9.0-G 9 10 22 75 4 A o
GM-4F-D10.0-G 10 10 25 75 4 B o
GM-4F-D11.0-G 11 12 26 75 4 A o
GM-4F-D12.0-G 12 12 30 75 4 B o
GM-4F-D14.0-G 14 14 32 75 4 B o
GM-4F-D16.0-G 16 16 45 100 4 B o
GM-4F-D18.0-G 18 18 45 100 4 B o
GM-4F-D20.0-G 20 20 45 100 4 B e}
e Exstock o Ondemand
& With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code . B278 Cutting data ‘,, » B492 Nonstandard order . B541

N
- <



amseries  Solid carbide milling

End mill long cutting edge

GM-4EL-G 0 0 & @ @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

Semi-finishing

—_—

S NS G
L H
Dimensions [mm] Grade
Article 3% D d (h6) H ‘ L Teeth Geometry KMG303
GM-4EL-D3.0-G 3 6 12 75 4 A o
GM-4EL-D4.0-G 4 6 15 75 4 A o
GM-4EL-D5.0-G 5 6 20 75 4 A o
GM-4EL-D6.0-G 6 6 20 75 4 B o
GM-4EL-D8.0-G 8 8 25 100 4 B o
GM-4EL-D10.0-G 10 10 30 100 4 B o
GM-4EL-D12.0-G 12 12 35 100 4 B o
GM-4EL-D14.0-G 14 14 40 100 4 B o
GM-4EL-D16.0-G 16 16 50 150 4 B o
GM-4EL-D20.0-G 20 20 55 150 4 B o
e Exstock o Ondemand
& With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code > B278 Cutting data B492 Nonstandard order B541

B305
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Solid carbide milling  cmseries

End mill long cutting edge

GM-4FL-G 0 0 & @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

—_—

Semi-finishing

B
Dimensions [mm] Grade
Article B D d (h6) H L Teeth Geometry KMG303
GM-4FL-D3.0-G 3 6 12 75 4 A o
GM-4FL-D4.0-G 4 6 15 75 4 A o
GM-4FL-D5.0-G 5 6 20 75 4 A °
GM-4FL-D6.0-G 6 6 20 75 4 B °
GM-4FL-D8.0-G 8 8 25 100 4 B °
GM-4FL-D10.0-G 10 10 30 100 4 B ®
GM-4FL-D12.0-G 12 12 35 100 4 B °
GM-4FL-D14.0-G 14 14 40 100 - B o
GM-4FL-D16.0-G 16 16 50 150 4 B o
e Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data . B492 Nonstandard order p B541

B306



amseries  Solid carbide milling

End mill extra long cutting edge

Semi-finishing

GM-4EX-G 0 0 & @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

—=aas

— S L

L H
Dimensions [mm] Grade
Article % D d (h6) H ‘ L Teeth Geometry KMG303

GM-4EX-D3.0-G 3 6 20 75 4 A °
GM-4EX-D4.0-G 4 6 25 75 4 A °
GM-4EX-D5.0-G 5 6 30 75 4 A °
GM-4EX-D6.0-G 6 6 30 75 4 B °
GM-4EX-D8.0-G 8 8 40 100 4 B °
GM-4EX-D10.0-G 10 10 50 110 4 B °
GM-4EX-D12.0-G 12 12 50 110 4 B °
GM-4EX-D16.0-G 16 16 70 150 4 B °
GM-4EX-D20.0-G 20 20 75 150 4 B °

e Exstock o Ondemand

s With internal cooling

Application field
P M K N S H v Very suitable
v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541

B3o07
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Solid carbide milling  cmseries

End mill

e PP PP

- Factory standard
- Centre cutting
- Helix angle 45°

Semi-finishing

A
o ——— c.|
B
L
Dimensions [mm] Grade
Article e D d (h6) H L Teeth Geometry KMG303
GM-4E-D1.0S 1 4 3 50 4 A [
GM-4E-D1.5S 15 4 4 50 4 A ()
GM-4E-D2.0S 2 4 6 50 4 A °
GM-4E-D2.5S 25 4 8 50 4 A ]
GM-4E-D3.0S 3 4 8 50 4 A °
GM-4E-D4.0S 4 4 11 50 4 B °
GM-4E-D1.0 1 6 3 50 4 A °
GM-4E-D1.5 s 6 4 50 4 A (]
GM-4E-D2.0 2 6 6 50 4 A °
GM-4E-D2.5 25 6 8 50 4 A ]
GM-4E-D3.0 3 6 8 50 4 A [
GM-4E-D3.5 3.5 6 10 50 4 A ()
GM-4E-D4.0 4 6 11 50 4 A °
GM-4E-D4.5 45 6 11 50 4 A °
GM-4E-D5.0 5 6 13 50 4 A °
GM-4E-D5.5 55 6 16 50 4 A ®
GM-4E-D6.0 6 6 16 50 4 B °
GM-4E-D7.0 7 8 20 60 4 A (]
GM-4E-D8.0 8 8 20 60 4 B °
GM-4E-D9.0 9 10 22 75 4 A °
GM-4E-D10.0 10 10 25 75 4 B [
GM-4E-D11.0 11 12 26 75 4 A °
GM-4E-D12.0 12 12 30 75 4 B )
GM-4E-D14.0 14 14 32 75 4 B ()
GM-4E-D16.0 16 16 45 100 4 B °
GM-4E-D18.0 18 18 45 100 4 B [
GM-4E-D20.0 20 20 45 100 4 B °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541

B308



amseries  SOlid carbide milling

End mill

Semi-finishing

GM-4E-G 0 0 & @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

——S

B
Dimensions [mm] Grade
Article sk D d (h6) H L Teeth Geometry KMG303
GM-4E-D1.0S-G 1 4 3 50 4 A )
GM-4E-D1.55-G 1.5 4 4 50 4 A [
GM-4E-D2.0S-G 2 4 6 50 4 A L)
GM-4E-D2.55-G 2.5 4 8 50 4 A ®
GM-4E-D3.0S-G 3 4 8 50 4 A [
GM-4E-D4.0S-G 4 4 11 50 4 B ®
GM-4E-D1.0-G 1 6 3 50 4 A °
GM-4E-D1.5-G 1.5 6 4 50 4 A [
GM-4E-D2.0-G 2 6 6 50 4 A °
GM-4E-D2.5-G 25 6 8 50 4 A [
GM-4E-D3.0-G 3 6 8 50 4 A °
GM-4E-D3.5-G 3.5 6 10 50 4 A °
GM-4E-D4.0-G 4 6 11 50 4 A [
GM-4E-D4.5-G 4.5 6 11 50 4 A o
GM-4E-D5.0-G 5 6 13 50 4 A ®
GM-4E-D5.5-G 55 6 16 50 4 A °
GM-4E-D6.0-G 6 6 16 50 4 B °
GM-4E-D7.0-G 2 8 20 60 4 A [
GM-4E-D8.0-G 8 8 20 60 4 B °
GM-4E-D9.0-G 9 10 22 75 4 A [
GM-4E-D10.0-G 10 10 25 75 4 B °
GM-4E-D11.0-G 11 12 26 75 4 A °
GM-4E-D12.0-G 12 12 30 75 4 B )
GM-4E-D14.0-G 14 14 32 75 4 B ®
GM-4E-D16.0-G 16 16 45 100 4 B ®
GM-4E-D18.0-G 18 18 45 100 4 B ®
GM-4E-D20.0-G 20 20 45 100 4 B °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B278 Cutting data B492 Nonstandard order B541
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Solid carbide milling  cmseries

End mill long cutting edge

Semi-finishing

GM-4EL 0 0 & @ O

- Centre cutting
- Helix angle 45°

Turning

- Factory standard

A
B J—
B
L
o Dimensions [mm] Grade
(=
= Article B D d (h6) H L Teeth Geometry KMG303
= GM-4EL-D3.0 3 6 12 75 4 A °
GM-4EL-D4.0 4 6 15 75 4 A ()
GM-4EL-D5.0 5 6 20 75 4 A ®
GM-4EL-D6.0 6 6 20 75 4 B ]
GM-4EL-D8.0 8 8 25 100 4 B ]
GM-4EL-D10.0 10 10 30 100 4 B ®
C GM-4EL-D12.0 12 12 35 100 4 B °
GM-4EL-D14.0 14 14 40 100 4 B (]
GM-4EL-D16.0 16 16 50 150 4 B °
GM-4EL-D20.0 20 20 55 150 4 B ]
- e Exstock o Ondemand
= s With internal cooling
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
2%
£E
o O
e
5
(9]
©
£
System code B278 Cutting data . B492 Nonstandard order p B541
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amseries  Solid carbide milling

End mill short cutting edge Semi-finishing

GM-4EFP 0 0 & @ @ 0

- Factory standard
- Centre cutting
- Helix angle 45°

_—

L M =
Dimensions [mm] Grade
Article % D  dhe | d, H M | L Teeth  |KMG303
GM-4EFP-D6.0 6 6 5.8 9 30 75 4 o
GM-4EFP-D8.0 8 8 7.8 12 40 100 4 o
GM-4EFP-D10.0 10 10 9.6 15 50 100 4 o
GM-4EFP-D12.0 12 {12 1S 18 50 100 4 o
GM-4EFP-D16.0 16 16 15.5 24 50 150 4 o
GM-4EFP-D20.0 20 20 195 30 60 150 4 (¢}
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B278 Cutting data B492 Nonstandard order B541
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Solid carbide milling  cmseries

A End mill Finishing

5501R304GF 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

Turning

N —— | KCH /

B | CHW T

Dimensions [mm] Grade
Article x D d (h6) H L KCH CHW Teeth KMG303 | YK30F
g 5501R304GF-0300 3 6 5 50 0 0 4 ° o
= 5501R304GF-0400 4 6 8 54 0 0 4 ° o
5 5501R304GF-0500 5 6 9 54 0 0 4 ° o
5501R304GF-0600 6 6 10 54 45 0.1 4 ° o
5501R304GF-0800 8 8 12 58 45 0.1 4 ° o
5501R304GF-1000 10 10 14 66 45 0.1 4 ° o
5501R304GF-1200 12 12 16 73 45 0.1 4 ° o
5501R304GF-1400 14 14 18 75 45 0.15 4 ° o
C 5501R304GF-1600 16 16 22 82 45 0.15 4 e o
5501R304GF-1800 18 18 24 84 45 0.15 4 ° o
5501R304GF-2000 20 20 26 92 45 0.15 4 ° o
e Exstock o Ondemand
= ¢ With internal cooling
=
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
g5
E}E
g¢
x
5
=
System code B278 Cutting data B492 Nonstandard order B541
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amseries  Solid carbide milling

End mill

5601R304GF 0 0 & @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Finishing

{55  /
H
cou]
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303
5601R304GF-0300 3 6 5 50 0 0 4 °
5601R304GF-0400 4 6 8 54 0 0 4 °
5601R304GF-0500 5 6 9 54 0 0 4 °
5601R304GF-0600 6 6 10 54 45 0.1 4 °
5601R304GF-0800 8 8 12 58 45 0.1 4 °
5601R304GF-1000 10 10 14 66 45 0.1 4 °
5601R304GF-1200 12 12 16 73 45 0.1 4 °
5601R304GF-1400 14 14 18 75 45 0.15 4 °
5601R304GF-1600 16 16 22 82 45 0.15 4 °
5601R304GF-1800 18 18 24 84 45 0.15 4 °
5601R304GF-2000 20 20 26 92 45 0.15 4 °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code > B278 Cutting data B492 Nonstandard order B541
N
v B313

Turning

Milling

N

Drilling

O

Technical
Information

Index



Solid carbide milling  cmseries

End mill long cutting edge Finishing

5502R304GF 0 0 & @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

Turning

[ —— KCH /

B | CHW T

Dimensions [mm] Grade
Article x D d (h6) H L KCH CHW Teeth KMG303 | YK30F
g 5502R304GF-0300 3 6 8 57 0 0 4 ° o
= 5502R304GF-0400 4 6 L 57 0 0 4 ° o
5 5502R304GF-0500 5 6 13 57 0 0 4 ° o
5502R304GF-0600 6 6 13 57 45 0.1 4 ° o
5502R304GF-0800 8 8 19 63 45 0.1 4 ° o
5502R304GF-1000 10 10 22 72 45 0.1 4 ° o
5502R304GF-1200 12 12 26 83 45 0.1 4 ° o
5502R304GF-1400 14 14 26 83 45 0.15 4 ° o
C 5502R304GF-1600 16 16 32 92 45 0.15 4 e o
5502R304GF-1800 18 18 32 92 45 0.15 4 ° o
5502R304GF-2000 20 20 38 104 45 0.15 4 ° o
e Exstock o Ondemand
= ¢ With internal cooling
=
a
Application field
P M K N S H v Very suitable
v v v v Suitable
c
© O
g5
E}E
g¢
x
5
=
System code B278 Cutting data B492 Nonstandard order B541
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amseries  Solid carbide milling

End mill long cutting edge

5602R304GF 0 0 & @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Finishing

{55  /
H
L
CHW T
Dimensions [mm] Grade
Article b D d (h6) H L KCH CHW Teeth KMG303 ‘YKSOF
5602R304GF-0300 3 6 8 57 0 0 4 ° o
5602R304GF-0400 4 6 11 57 0 0 4 [ (0]
5602R304GF-0500 5 6 13 57 0 0 4 [ o
5602R304GF-0600 6 6 13 57 45 0.1 4 ° o
5602R304GF-0800 8 8 19 63 45 0.1 4 ° o
5602R304GF-1000 10 10 22 72 45 0.1 4 ° o
5602R304GF-1200 12 12 26 83 45 0.1 4 ° o
5602R304GF-1400 14 14 26 83 45 0.15 4 ° o
5602R304GF-1600 16 16 32 92 45 0.15 4 ° [}
5602R304GF-1800 18 18 32 92 45 0.15 4 °
5602R304GF-2000 20 20 38 104 45 0.15 4 °
e Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code > B278 Cutting data B492 Nonstandard order B541

B315

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Dril<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>