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Indexable mllling Product overview

Milling inserts
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Product overview Indexable mi"ing

Milling inserts
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Indexable mllling Product overview

Milling inserts
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Indexable mllling System overview

Face milling

. . Application
Series Milling body Inserts Kr Features Page
P/M K/ N|S
S A4 - Diameter range @50 - 315 mm
5 ». ‘ « For steel, stainless steel, cast iron, non-
S SEET12T3 o ferrous metals and heatresistant alloys
FMAO1 r G SEET18T6 45 Y (I BV « Milling cutter with positive, soft cutting B39
geometry
« Wiper inserts for good surface quality
- e A4 - Diameter range @50 - 125 mm
g;'/é “@‘ « For steel, stainless steel, cast iron, non-
i '_ SEET12T3 o ferrous metals and heatresistant alloys
FMA02 =9 45 v I BV « Milling cutter with positive, soft cutting B42
/"\ geometry
- Wide pitch
& « Diameter range @80 - 315 mm
4 - SEEN1203 « For steel, stainless steel and cast iron
FMAO03 { ?} ‘ 45° | v | v | v | v « Milling cutter with positive, soft cutting B45
; SEKN1203 geometry
I SEKR1203 - Wedge clamping
SEKN1504
SEKR1504
& e « Diameter range @50 - 160 mm
* B OFKTO5T3 « For steel, stainless steel, cast iron and
FMAO04 L\’v W' 45° | v | v | v | v non-ferrous metals B48
\ ffi" = « Inserts with eight cutting edges
« Screw clamping
[ ] ! |
\\.../(
p— « Diameter range @125 - 315 mm
» ~ . .
o e Y « For steel, stainless steel, cast iron and
FMA04 _ 24 OFKRO0704 45° v | v | v | v non-ferrous metals B50
”ﬂ pl P 7 « Inserts with eight cutting edges
+Wedge clamping
« Diameter range @50 - 160 mm
« For steel, stainless steel, cast iron and
FMAO04 OD*T0605™* 45° | v | v | v | v non-ferrous metals B52
« Inserts with eight cutting edges
« Screw clamping

v Very suitable

Be

v Suitable




System overview Indexable mi"ing

Face milling

Series Milling body

Application

Inserts Kr
P M|K | N

S

Features

Page

FMA11

SNEG1205
SNEG1506

SNEG1907
45° v | v | v

- Diameter range @63 - 315 mm

« For steel, stainless steel and cast iron
« Inserts with eight cutting edges

« Double sided, thicker inserts for high

« Wiper geometry for good surface quality
« Normal and fine pitch

stability and deeper cutting depths

B54

FMA12

ON*U0604** °
ON*UQ9T5** BV v v

« Diameter range @63 - 315 mm
« For steel, stainless steel and cast iron
« Inserts with 16 cutting edges

B58

FMA17

SNGX1205 45°

- Diameter range @50-400 mm

« For steel, stainless steel and cast iron
- Versatile 45° milling system with negative
INSERTs ensures stable cutting edge
« INSERTSs with eight cutting edges

FMDO02

PNEG1105 67 | v lv v

« Diameter range @50 - 315 mm

« For steel, stainless steel and cast iron
« Inserts with ten cutting edges

- Wedge clamping or screw clamping
« Normal and fine pitch

FMDO02

PNEG1105 67° 9

« Diameter range @50 - 315 mm

« For steel, stainless steel and cast iron
« Inserts with ten cutting edges

« Wedge clamping or screw clamping
« Normal and fine pitch

B67

FMDO02

g

- @& 5
rf’,m?’

HNEX0905 550 Y

« Diameter range @80 - 315 mm

- For cast iron

- Wedge clamping

« Inserts with twelve cutting edges

B70

v Very suitable

v Suitable
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Indexable mllling System overview

Face milling

. - Application
Series Milling body Inserts Kr M B Features Page
BT S - Diameter range @100 — 400 mm
l‘@"" » « For steel, stainless steel and cast iron
FMDO3 f. A\ LNKT2007-ZR 60° | v v - Tangential insert with four cutting edges B72
\ L“ﬂi, LNKT2510-ZR « Heavy duty machining for high cutting
depths- Screw clamping
! —
e .
= . - Diameter range @50 - 125 mm
FMEO2 "g/ 5 2 SPKT1204 75° | v | v | v « For steel and cast iron B74
). \7"0: Q! SPKW1204 « Screw clamping
Nty 009
e
f 5
4 3
- - —
- @ - Diameter range @80 - 400 mm
FMEO3 C SPKN1203 75° (v | v | v « For steel and cast iron B76
"‘-’ SPKR1203 « 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
FMEO04 7> v V « Heavy duty machining for high cutting B79
depths
« Screw clamping
i - Diameter range: @50-400 mm
- For steel, stainless steel and cast iron
SNGX1205ENN o - Negative milling system
FME17 73 v « Versatile 75° system for efficient surface B8
machining operations
« Inserts with eight cutting edges
A
» we .“ « Diameter range @80 - 315 mm
r' « For steel, stainless steel and cast iron
FMPO1 TPKN2204 N0 |v v |v v - Milling cutter with positive, soft cutting B84
geometry
+Wedge clamping

v Verysuitable v Suitable




System overview Indexable milllng

Face milling
. . Application
Series Milling body Inserts Kr Features Page
P M K/ NS | H
G —
d . }_ - Diameter range @50 - 315 mm
FMPO2 A /’, SEET09T3 90° v lvivlv!v « For steel, stainless steel, cast iron an non- B86
9. e SEET1203 ferrous metals
7 « Screw clamping
('ﬁ < - Diameter range @50 - 315 mm
\ a . .
4 i LNKT120608-ZR o « For steel, stainless steel and cast iron
FMPO3 \‘\\g’ﬁ LNKT1506EN-ZR 89 7 7 «Tangential insert with four cutting edges B89
‘ LNKT2007DN-ZR - Screw clamping
LNKT2510-ZR
r'} \
i « Diameter range: @50-160 mm
« For steel, stainless steel and cast iron
« Negative milling system
3 o . f )
SN**1204 o « Milling without interfering contours
FMP06 88 7 thanks to 88° approach angle BOT
m « Inserts with eight cutting edges
« Screw clamping; use an insert with a hole
r'} \
i - Diameter range: @63-250 mm
e « For steel, stainless steel and cast iron
(’j y= « Negative milling system
%6 oDl SN**1204 o « Milling without interfering contours
FMPO06 p LP)D 88 v thanks to 88° approach angle Bo3
‘( « Inserts with eight cutting edges
«Wedge clamping; use of an insert with or
without a hole possible
« Diameter range @50 - 315 mm
WNHU0604 o « For steel, stainless steel and cast iron
FMP12 WNHU0806 90 7 v - Tangential insert with four cutting edges B9S
« Screw clamping
« Diameter range @50 - 315 mm
WNHU0604 o « For steel, stainless steel and cast iron
FMP12 g 90 7 7 «Tangential insert with four cutting edges Bo7
« Screw clamping

v Very suitable

v Suitable
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Indexable milling

System overview

Face milling

. . Application
Series Milling body Inserts Kr Features Page
P M KIN|S
- Diameter range @50-400 mm
« For steel, stainless steel and cast iron
FMP17 SNGX1205 88° | v | v | v - 88° milling system with negative INSERTs B99
ensures stable cutting edge
« INSERTSs with eight cutting edges
P
— « Diameter range: @50-125 mm
« High-feed wiper milling cutter for steel
and cast materials
XEEC1209 « Insert with four cutting edges
FMWX 7 < « Reserve insert seats increase longevity of B104
milling body
« Milling body is only fitted with two
opposing inserts
« Diameter range @25 - 63 mm
RCKT10T3 « For steel, stainless steel, cast iron, non-
FMRO1 v [ ferrous metals and heatresistant alloys B106
RCKT1204
© RCGX1204 « Screw clamping
- -/
@f )_\ - Diameter range @50 - 250 mm
N RCGX1204 « For steel, stainless steel, cast iron, non-
FMRO02 —; \/V y RCKT1204 v Bl ferrous meta!s and heatresistant alloys B109
o RCMW1204 « Screw clamping
RCKT1606
RCKT2006
% « Diameter range @15 - 50 mm
v RD**0803 « For steel, stainless steel and cast iron
FMRO3 n;'),\ / RD**10T3 v - Screw clamping B113
0 o - Mould and die industr
RD**1204 y
« Diameter range: @15-50 mm
RDKWO0702 « For steel, stainless steel and cast iron
= ! B118
FMRO3 RDKW1003 v Y | Screw clamping
« Die and mould making

v Very suitable

B1o

v Suitable



System overview Indexable milllng

Face milling

. . Application
Series Milling body Inserts Kr Features Page
P/M K/ N|S
- Diameter range @15 - 50 mm
« For steel, stainless steel and cast iron
FMRO3 | ==mmm RDKW0702 v viv oo 8115
RDKW1003 « Screw clamping
« Mould and die industry
o v
\_ D « Diameter range @50 - 200 mm
\ Ny RD**1204 « For steel, stainless steel and cast iron
FMR04 w RD**1605 v [ « Screw clamping B120
o ‘ RD**2006 « Mould and die industry
« Diameter range @42 - 200 mm
RDKW1003 « For steel, stainless steel and cast iron
FMRO4 RDKW12T3 v [ « Screw clamping B122
RDKW1604 « Mould and die industry
v - Diameter range: @50-125 mm
« Maximum stability in facing operations
« Milling system for solid CBN and ceramic
RNGN0903 inserts
FMR06 RNGN0904 - Safe and easy to use thanks to wedge B127
clamping
Esgml ;8‘71 « Air cooling (AC) for optimum chip
removal
e « Diameter range @40-80 mm
/§ « For steel, stainless steel and cast iron+
" S The ideal choice for difficult cutting
] RD**10T3 operations and interrupted cuts
FMR11 ! - RD**1204 Vv [ - Indexing the INSERT facilitates precise B129
s < positioning in the milling body
« Optimum chip removal achieved by
eliminating need for rigid clamping
e « Diameter range @40-80 mm
/§ﬂ « For steel, stainless steel and cast iron
N e ° «The ideal choice for difficult cutting
] RP**10T3 operations and interrupted cuts
FMR11 ! = RP*%1204 v «Indexing the INSERT facilitates precise B131
[ RO -
. positioning in the milling body
- RP*1605 « Optimum chip removal achieved by
eliminating need for rigid clamping
v Verysuitable v Suitable
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Indexable mllling System overview

Face milling

. . Application
Series Milling body Inserts Kr Features Page
P/M K/ N|S
e - Diameter range @32-40 mm
« For steel, stainless steel and cast iron
«The ideal choice for difficult cutting
— Yo RD**10T3 operations and interrupted cuts
FMR11 &“ RD**1204 v [ 7 « Indexing the INSERT facilitates precise B134
positioning in the milling body
« Optimum chip removal achieved by
eliminating need for rigid clamping
e - Diameter range: @32-40 mm
« For steel and stainless/cast materials; ideal
choice for difficult cutting conditions and
— Yo RP**10T3 interrupted cuts
FMR11 &“ RP**1204 v [ 7 « Insert indexed for precise positioning in B136
the milling body
« Optimum chip removal achieved by
eliminating need for rigid clamping
Square shoulder milling
’ y « Diameter range @12 - 63 mm
—_— « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
/ APKT0702 - Weldon shank
EMPO1 < / APKT11T3 WV (v v iv| v v « For square shoulder milling, slot milling B139
B APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
’ y « Diameter range @12 - 63 mm
—_— « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
APKT11T3 «Weldon shank
EMPO1 APKT0702 NV (v v iv| iv| Wv « For square shoulder milling, slot milling B142
APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
— - Diameter range @40-250 mm
» « For steel, stainless steel, cast iron, non-
L ferrous metals and heat-resistant alloys
g APKT0702
o o - F -shoul | |
EMPO2 N APKT11T3 90° v lvlvlv n(])i:“s::are shoulder, slot and plunge B145
g P 3 APKT1604 - Milling cutter with positive, soft cutting
geometry

« INSERTs with two cutting edges

v Very suitable v Suitable

B12




System overview Indexable milllng

Square shoulder milling

. . Application
Series Milling body Inserts Kr M Features Page
— - Diameter range @50-100 mm
) - « For steel, stainless steel, cast iron, non-
! @ ] APKT11T3 ferrous metals and heat-resistant alloys
o « For square-shoulder, slot and plunge
EMPO3 J H' > N0 | v | v | v | v milling B149
i « Milling cutter with positive, soft cutting
R geometry
« INSERTSs with two cutting edges
— « Diameter range @20-40 mm
« For steel, stainless steel, cast iron, non-
- ferrous metals and heat-resistant alloys
e APKT11T3
o « For square-shoulder, slot and plunge
EMP04 e - 90° | v v |v|v milling B151
« Milling cutter with positive, soft cutting
geometry
« INSERTs with two cutting edges
\B « Diameter range: @16 - 50 mm
s « For steel, stainless steel and cast iron
« Straight shank
IADKT0803L & ADKT0903R « For square-shoulder, slot and plunge
o milling
EMPO5 PESTTTTT ADKT1003L &ADKTI003R 90° | v | v | v + Double seats, speciically for deep B153
IADKT12T3L & ADKT12T3R grooving
IADKT1605L & ADKT1505R « ADKT inserts available for right and left-
hand cutting
ADKT0803L & ADKT0903R « Diameter range: @16 - 50 mm
« For steel, stainless steel and cast iron
— e
o « For square-shoulder, slot and plunge
EMPO5 P ADKT1605L & ADKT1505R 997 | v | v | v milling B155
« ADKT inserts available for right and left-
hand cutting
G - Diameter range @40 — 125 mm
- Sharp cutting edge geometry combined
with robust tangential inserts
LNKTO804PNR** o « First choice for large cutting depths with
90 . B157
EMP09 LNKT1206PNR** v miohfeed rates. o tina edae with
%% « Specially designed cutting edge wi
LNKT1607PNR high precision control for high quality 90
degree square shoulder milling
- Diameter range @40 - 80 mm
« Sharp cutting edge geometry combined
with robust tangential inserts
LNKTO804PNR-GM o « First choice for large cutting depths with
EMPO9 INKT1206PNRGM | 0 | Y| Y Y high feed rates. B160
« Specially designed cutting edge with
high precision control for high quality 90
degree square shoulder milling

v Verysuitable v Suitable

B13

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling System overview

Square shoulder milling

. . Application
Series Milling body Inserts Kr T | e Features Page
G - Diameter range: @32-2?? mm
« Sharp cutting edge geometry combined
with rugged tangential inserts
* 5 « Ideal choice for large cutting depths at
EMP LNKTO804PNR* 90 . B162
09 LNKT1206PNR** . v 7 high feed rates
« Specially developed cutting edges with
high precision control for high-quality 90°
square shoulder milling
— \
Vo |
n
» \" - Diameter range @40 - 250 mm
5 e = « For steel, cast iron and non-ferrous metals
EMP13 o - ‘1 ANGX1105 WV v v v v - Double sided, thicker inserts for high B164
3 [‘ ANGX1506 stability and deeper cutting depths
g « Inserts with four cutting edges
— \
Vo |
l? « Diameter range @25 - 40 mm
i « For steel, cast iron and non-ferrous metals
EMP13 “ ANGXT105 W v v |iv| v + Double sided, thicker inserts for high B166
i ANGX1506 stability and deeper cutting depths
- « Inserts with four cutting edges
— \
Vo |
% &J - Diameter range @25 - 40 mm
| « For steel, cast iron and non-ferrous metals
EMP13 ' ANGXT105 WV v v v v - Double sided, thicker inserts for high B168
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
— \
Vo |
« Diameter range @50 - 80 mm
« For steel, cast iron and non-ferrous metals
EMP13 ANGXT105 NN | v | v | v | v - Double sided, thicker inserts for high B170
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
e \
Vo |
,:q_‘
ﬁ}, - Diameter range @25 - 40 mm
/, « For steel, cast iron and non-ferrous metals
EMP13 L ANGXT105 NN | v | v | v | v « Double sided, thicker inserts for high B172
' \ ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges

v Verysuitable v Suitable

<
B14 v



System overview Indexable milllng

Square shoulder milling

. . Application
Series Milling body Inserts Kr v TR : Features Page
/:"
{ //@ﬂ - Diameter range: @40-125 mm
« For non-ferrous metals
« Highly polished inserts precision-ground
EMP14 VPGT2205 90° to exactly 90° B174
7 - Wide assortment of nose radii available to
choose from
- Inserts with two cutting edges
/:"
| //@ﬂ - Diameter range: @32 mm
« For non-ferrous metals
« Highly polished inserts precision-ground
EMP14 = = VPGT2205 90° y to exactly 90° B176
- Wide assortment of nose radii available to
choose from
« Inserts with two cutting edges
Profile milling
-
:u v
T - Diameter range @20 - 63 mm
™ ZDETO08T2 & SPMT0603 « For steel, stainless steel and cast iron
BMRO1 L;:/ S OET1100.8 <hTocoS vV VvV |V - Very suitable for roughing of big moulds B179
s ZDET13T2 & SDMT0903 « Inserts with three cutting edges
ZPNT2204 & SPMT1204
[ P
« Diameter range @12 - 20 mm
/// « For steel, stainless steel and cast iron
BMRO02 / ROHX1203 v | v | v - Very suitable for finishing in mould and B182
(O ROHX1604 die industry
ROHX2005 - Inserts with two cutting edges
$ XPHT16 - Diameter range @16 - 40 mm
% XPHT20 « For steel and cast iron
BMRO03 zZ vi iv| v « Very suitable for roughing in mould and B184
/ XPHT25 die industry
XPHT30 « Tool with high stability
XPHT32
XPHT40

v Very suitable v Suitable
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Indexable mllling System overview

Profile milling

Application
Series Milling body Inserts Kr Features Page
P M|K N S
» - Diameter range @16 — 40 mm
7 i:;:$;8 « For steel and cast iron
BMRO3 ) vV v | v « Very suitable for roughing in mould and B186
(@ XPHT25 die industry
XPHT30 - Tool with high stability
XPHT32
XPHT40
XPHT50
< XPHT20 - Diameter range (3.16—40 mm
« For steel and cast iron
BMRO03 / XPHT25 vV | v |v - Very suitable for roughing in mould and B188
P XPHT30 die industry
XPHT32 «Tool with high stability
XPHT40
XPHT50
XPHT40 - Diameter range (3.16—40 mm
« For steel and cast iron
BMRO03 vV | v |v - Very suitable for roughing in mould and B190
die industry
« Tool with high stability
=/
« Diameter range @12 - 32 mm
« For steel, stainless steel and cast iron
BMRO04 // ZOHX12 v | v | v - Very suitable for finishing in mould and B192
@/ ZOHX16 die industry
ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32
=/
« Diameter range @12 - 32 mm
« For steel, stainless steel and cast iron
BMRO04 / ZOHX12 v | v | v - Very suitable for finishing in mould and B194
(= ZOHX16 die industry
ZOHX20 - Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32
v Very suitable v Suitable

B1e
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Slot milling
Application
Series Milling body Inserts Kr Features Page
M| K|N|S
k ~
:15 ﬂ -\
. m - Diameter range @100 - 250 mm
1 3 ; XSEQ1202 o « For steel, stainless steel and cast iron
SMPOT o\_J - XSEQ1203 % V1Y » Bore with keyway Y
¢ > Q XSEQ12T3 « Groove widths 4, 5,6, 7,8 mm
| - Lge XSEQ1204
XSEQ12T4
k ~i
~\
p s o
-l - ~ « Diameter range @63 - 160 mm
SMPO1 ot s, 5 XSEQ1202 920° v | v « For steel, stainless steel and cast iron B199
e 1 XSEQ1203 « Groove widths 4, 5,6, 7,8 mm
XSEQ12T3
XSEQ1204
XSEQ12T4
L @
y = X « Diameter range @80 — 200 mm
- MPHT0603 o « For steel, stainless steel and cast iron
SMpo3 e Q Y MPHT0803 I A R ¢ » Bore with keyway !
> ~ MPHT1204 « Groove widths 8,10, 12, 16, 18,20 mm
\
Ly
ey
a g ] - Diameter range @80 - 200 mm
SMPO3 o MPHTO0603 0 | v v |wv - For steel, stainless steel and cast iron B203
X MPHTO0803 - Groove widths 8, 10, 12, 16, 18, 20 mm
) MPHT1204
/ - Diameter range @25 - 44 mm
SMPO5 A = Qc16L N0° v | v |v - For steel, stainless steel and cast iron B205
&*& =il QC22L « Groove widths range 1,1 - 4,8 mm

v Very suitable

v Suitable
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. . Application
Series Milling body Inserts Kr Features Page
P M K/ NS |H
r /
Pre N Q
J‘§Q%,msux - 27 4.%% )
\ N - Diameter range: @80-250 mm
SMP09 | - LLIII\IGG)?;):(?;* 90° |v | v | v - For steel, stainless steel and cast iron B208
- Groove width range: 10-20 mm
o LNGX1407**
a A o
r /!
. « Diameter range: @80-315 mm
SMP09 LNGX0804 0 v |v | v « For steel, stainless steel and cast iron B211
LNGX1005** « Groove width range: 10-20 mm
LNGX1407**
High-feed milling
o s
« Diameter range @20 - 40 mm
/ « For steel, stainless steel and cast iron
XMRO1 \ SDMT06T2 15° v | v - Inserts with four cutting edges B215
«;
o~ SDMTO09T3 - Ramping possible
SDMT1204 « Double clamping system for inserts
SDMT1505
4—‘ .
« Diameter range: @20-40 mm
— ] « For steel, stainless steel and cast iron
XMRO1 - SDMT09T3 15° v | v - Inserts with four cutting edges B217
SDMT1204 « Plunge milling possible
« Double clamping system for inserts
* e ——
@ 2 - Diameter range @40 - 125 mm
8 = o « For steel, stainless steel and cast iron
XMRO1 d (S SDMT06T2 15 v | v | v - Inserts with four cutting edges B219
{ SDMT09T3 « Ramping possible
SDMT1204 - Double clamping system for inserts
SDMT1505

v Very suitable

B1s

v Suitable




System overview Indexable milllng

High-feed milling

Application
Series Milling body Inserts Kr v TR : Features Page
-
/ - Diameter range @20 - 40 mm
\ o « For steel, stainless steel and cast iron
XMRO1 L D WPGT0503 12120 v | v « Inserts with three cutting edges B222
-.;:_ WPGT0604 « Ramping possible
« Double clamping system for inserts
-
« Diameter range: @20-40 mm
— 170 - For steel, stainless steel and cast iron
XMRO1 / WPGT0503 22 v | v - Inserts with three cutting edges B224
WPGT0604 « Plunge milling possible
« Double clamping system for inserts
» o — .
4 ‘ - Diameter range @42 - 160 mm
gr ./’ 17° « For steel, stainless steel and cast iron
XMRO1 . o) WPGTO604 e Y| Y ¥ « Inserts with three cutting edges B226
! WPGT0806 « Ramping possible
= WPGT0907 « Double clamping system for inserts
e— P .
r‘%}? = - Diameter range: @40-63 mm
Q - ENMX1206** « For steel, stainless steel and cast iron
XMR12 18° | v | v | v - Insert with four cutting edges B228
W17 « Plunge milling possible
— 4
i
- Diameter range: @16-35 mm
ENMX1206%* « For steel, stainless steel and cast iron
XMR12 ¢/ 18 | v | v | v - Insert with four cutting edges B230
« Plunge milling possible

v Very suitable

v Suitable
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Indexable mllling System overview

Bore milling
Application
Series Milling body Inserts Kr Features Page
P M|K N S
>
- B
—s
[ 4 - Diameter range @80 — 400 mm
XMPO1 ?- .9 B CNET2 0° | v (v |v - For steel, stainless steel and cast iron B233
?( 5 8 « Also for face and square shoulder milling
T-slot milling
/ - Diameter range @21 - 60 mm

TMPO1 Y N\ MPHT0603 90° v | v « For cast iron B235

T < MPHT0803 - Groove widths 9, 11, 14, 18,22, 28 mm

’ MPHT1204

Helical milling
I « Diameter range @40 - 50 mm
HMPO1 APKT1504 & SPMT1204 | gge v | v « For steel and cast iron B237
« Weldon shank
g“\ - Diameter range @50 - 80 mm
HMPO1 P S\ APKT1504 &SPMT1204 | 900 | , | | o - For steel and cast iron B239
;ﬁ « With JT coupling
/Q%( - Diameter range @50 - 80 mm
prass\¢¢ APKT1504 & SPMT1204 o « For steel and cast iron

HMPO1-EC|  _.cieg) 90° | v |v|v Wit T coupling B241

/é"g « With indexable head

v Very suitable v Suitable

B20




System overview Indexable milllng

Chamfer milling
. . Application
Series Milling body Inserts Kr Features Page
P M|K NS
—
/ - Diameter range @12 - 32 mm
CMZ01 s SPMT1204 30° | v | v | v « For steel, stainless steel and cast iron B245
‘ ? / « Chamfer milling cutter 30°
—
/ - Diameter range @12 - 32 mm
CMZo01 o SPMT1204 30° | v | v |V + For steel, stainless steel and cast iron B243
8 ? « Chamfer milling cutter 30°
——
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMAO1 ‘\f; Y 45 v K « Chamfer milling cutter 45° B247
« Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMAO1 ‘\f; y 4 v « Chamfer milling cutter 45° B249
«Weldon shank
—
/ - Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMDO1 \f; \ 60° v | v |v - Chamfer milling cutter 60° B251
« Weldon shank
—
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMDO1 ﬁf; ) 60° | v | v v - Chamfer milling cutter 60° B253
« Weldon shank
v Verysuitable v Suitable
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Indexable mllling System overview

Indexable heads - QCH series

Application
Series Milling body Inserts Kr Features Page
P M KIN|S
=
v - Diameter range @15 - 42 mm
« For steel, stainless steel and cast iron
QCH-RD ?1 :qumm RDKW0702 vV v | v « Screw clamping B255
.> RDKW10T3 « Mould and die industry
RDKW1605 - For two different thicknesses of inserts
(™
« Diameter range @15 - 42 mm
q: « For steel, stainless steel and cast iron
QCH-RD ) :qumm RDKW0702 vV | v | Vv « Screw clamping B258
.> RDKW1003 » Mould and die industry
RDKW12T3 « For two different thicknesses of inserts
RDKW1604
e - Diameter range @20-40 mm
« For steel, stainless steel and cast iron
«The ideal choice for difficult cutting
QCH-RD-M- RD**10T3 operations and interrupted cuts B261
FMR11 RD**1204 4 v v « Indexing the INSERT facilitates precise
positioning in the milling body
« Optimum chip removal achieved by
eliminating need for rigid clamping
- Diameter range @20-40 mm
« For steel, stainless steel and cast iron
«The ideal choice for difficult cutting
QCH-RP-M- RP**10T3 vivie y operations and interrupted cuts B263
FMR11 RP**1204 « Indexing the INSERT facilitates precise
positioning in the milling body
+ Optimum chip removal achieved by
eliminating need for rigid clamping
’ { - Diameter range @16-40 mm
\ - For steel, stainless steel, cast iron, non-
ferrous metals and heat-resistant alloys
APKTO702 . Eﬁ)i:”s::are—shoulder, slot and plunge
QCH-APKT ““m APKT11T3 90 M Vv - Milling cutter with positive, soft cutting B266
APKT1604 geometry
« INSERTs with two cutting edges
« For metric ISO threads according to DIN
standard only
« Diameter range: @16-40 mm
ADKT-GM « For steel and stainless steel
« For slot and plunge milling
—~ « Equipped with two inserts for deep
QCH-ADKT ﬁﬁ 90° | v | v | v groove milling B269
= « Ramping possible (ideal for die and
mould making)
« Can be used in centre cutting operations
and as a groove milling cutter

v Very suitable

B22
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System overview Indexable milllng

Indexable heads - QCH series

. . Application
Series Milling body Inserts Kr Features Page
P M K| N|S
al - Diameter range: @25-40 mm
« Sharp cutting edge geometry combined
with rugged tangential inserts
- - o « Ideal choice for large cutting depths at
H-LNKT EE LNKTO80404PNR-GM | g | 8271
Qc LNKT1206PNR-GM IV Y high feed rates
« Specially developed cutting edges with
high precision control for high-quality 90°
square shoulder milling
2 « Diameter range: @32 mm
N « For non-ferrous metals
% = « Highly polished inserts precision-ground
to exactly 90°
= « Wide assortment of nose radii available to
\® "W VPGT2205
\ N choose from
QCH-VP M&m %0 7 « Inserts with two cutting edges B273
) « For square-shoulder milling, slot milling
and ramping
« For metric ISO threads according to DIN
standard only
XPHT16 - Diameter range @16 - 32 mm
° .
v XPHT20 « For steel and cast iron
QCH-XPHT @mw XPHT25 v [ «Very suitable for roughing in mould and 8275
XPHT30 die industry
XPHT32
=/
- Diameter range @16 - 32 mm
— « For steel, stainless steel and cast iron
QCH-ZOHX ‘ ZOHX16 vi iv| v «Very suitable for finishing in mould and B277
ZOHX20 die industry
ZOHX25 - Inserts with two cutting edges
ZOHX32
- Diameter range @20 - 40 mm
e « For steel, stainless steel and cast iron
QCH-SDMT SN ]mmw SDMT06T2 15 v | v | v « Inserts with four cutting edges B279
.b SDMT09T3 « Ramping possible
SDMT1204 - Double clamping system for inserts
« Diameter range @16 - 42 mm
17°- « For steel, stainless steel and cast iron
QCH-WPGT WPGT0503 22° v | v | v - Inserts with three cutting edges B281
— WPGT0604 « Ramping possible
.. W WPGT0806 - Double clamping system for inserts
v Verysuitable v Suitable
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Indexable mllling System overview

Indexable heads - QCH series

Application
Series Milling body Inserts Kr v TG Features Page
- Diameter range: @16-40 mm
oy - ENMX1206** « For steel, stainless steel and cast iron
QCH-EN 5 IE}mm 18 v | v « Insert with four cutting edges B283
’ « Plunge milling possible
v « Diameter range: @20-32 mm
« For steel, stainless steel and cast iron
| | land
AL RDKW0702 . Serew clamping
QCH-RD-Q W RDKW10T3 1Y Dleandmouldmaking e onl e
« For two different insert thicknesses- Only
RDKW1605 for Q thread captive to ZCC-CT
’ ‘/ « Diameter range @16-40 mm
— « For steel, stainless steel, cast iron, non-
ferrous metals and heat-resistant alloys
QCH- s » g - APKTO702 . rFﬂc>J|is:gi;are—shouIder, slot and plunge
APKT-Q g' : '| m{l ‘ APKT11T3 20 v S - Milling cutter with positive, soft cutting B287
- — APKT1604 geometry
« Inserts with two cutting edges<BR- Only
for Q-thread according to ZCC-CT factory
standard
Demetr g 016 2
QCH- @ XPHT20 v | v « Well suited for roughing applications in B290
XPHT-Q XPHT25 mould and die making- Only for Q thread
XPHT30 captive to ZCC-CT
XPHT32
=/
« Diameter range: @16-32 mm
« For steel, stainless steel and cast iron
QCH- / ZOHX16 vl + Well suited for finishing applications in 8292
ZOHX-Q ZOHX20 mould and die making
« Inserts with two cutting edges
igniig + Only for Q thread captive to ZCC-CT
ZOHX32
i « Diameter range 220 - 40 mm
« For steel, stainless steel and cast iron
_ [Romstta— « Inserts with four cutting edges
QCH e M‘T'.Wf{ﬁt SDMT09T3 v | v « Ramping possible B294
SDMT-Q . : SDMT1204 + Double clamping system for inserts
« Only for Q-thread according to ZCC-CT
factory standard

v Verysuitable v Suitable

<
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Indexable heads - QCH series
Application
Series Milling body Inserts Kr Features Page
M K N|S
~— - Diameter range: @20-35 mm
« For steel, stainless steel and cast iron
QCH- WPGT0503 11°- « Inserts with three cutting edges 8296
WPGT-Q Eﬁs WPGT0604 22° vV S « Plunge milling possible
« Double clamping system for inserts. Only
for Q thread captive to ZCC-CT
« Diameter range @16 - 20 mm
« For steel, stainless steel and cast iron
« For deburring and chamfer milling
QCH- SPGT0502 « Soft cutting milling cutter with large, B298
SPGT-Q v s positive cutting edge geometry
« Inserts with four cutting edges
« Only for Q-thread according to ZCC-CT
factory standard
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Indexable mllling Chip breaker overview

Chip breaker overview

Finishing Medium machining Roughing
DF DM DR
- AaF APM / APL o
- P Mmoo PR
""""""""""""""""""" GF oM G
""""""""""""""""""" GL - aM 0 GH
P ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
- HGR -
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ]  — e —
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r - S
""""""""""""""" MO-2 - mo4 1 mo3
EF EM -
A APM L
""""""""""""""""""""""" oF oM L
T Mmoo PR
""""""""""""""" GF - aM I
Mmoo w am GH
""""""""""""""" - | HeR I
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, E e E— e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ‘ — e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r e
CF M R
o opm DR
-~ EBOR DER | DER
- P Mmoo PR
""""""""""""""""""""""" G M &
""""""""""""""""""" GL - aM 0 GH
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i S e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
""""""""""""""" MO-2 . mo4 0 mos
EF EM _
""""""""""""""" NM I Y I
LH LH LH
N ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
ALH ALH ALH
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Coated cemented carbide CVD

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

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

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
CVD-coated K10-30 carbide grade for applications ranging from semi-finishing to
YBD203 K10-K30 roughing of cast materials and steel. Highly resistant to mechanical fatigue and chipping.

Tough and highly resistant to wear at higher cutting speeds.

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
PVD-coated P05-P15 carbide grade for an array of application ranging from finishing to
YBHO53 PO5-P15 semi-finishing of steel. High thermal conductivity and temperature resistance make the
substrate more resistant to cracking and deformation. Excellent hot hardness and wear
resistance for precise machining results.
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 - ; : . . . RS
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-S25 substrate and the latest PVD coating technology enable a very good wear behaviour, high
fracture toughness and high thermal stability.
N
B28 e ol



Grade overview Indexable mi"ing

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
P10-P30 PVD multilayer coated P10-P30/M20-M40/S15-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-coated carbide grade with TIAIN composite coating for applications ranging from
P10-P30 L P X X .
finishing to semi-finishing of steel, stainless steel and heat-resistant materials. The
YBG205H M20-M40 A . A ;
$15-525 coating is extremely hard and resistant to thermal shocks and cracking in a wide range of
applications.
PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
P10-P30 . . X o - .
YB9320 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
M10-M25 - . . L . s
stability for higher wear resistance and thermal stability in a wide range of applications.
YBG302 P15-P30 PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application of
M25 - M40 stainless steel and steel (milling). Good wear resistance and toughness.
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 P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
YNG151 P05 -P15 - A - . NP
Good resistance against plastic deformation for good surface finishing.
PVD coated PO5-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C PO5-P15 steel. Good wear resistance and capability against plastic deformation for good surface

roughness.
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Indexable mllling Grade overview

Uncoated cemented carbide

Grade ISO Micro structure Grade description

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

NO5 - N25
YD101 K05 - K20 aluminum and other material.

K10 - K30 Uncoated K10-K30/N10-N30 carbide substrate for medium application in aluminum and
YD201 .

N10- N30 other material.
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Application fields of grades Indexable mllllng

Application fields of grades - indexable milling

ISO HC' (CVD) HC' (PVD) HT HC Ceramic HW
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- ‘ Steel ‘ N ‘ Non-ferrous metals ‘ HC' Coated carbide
L ‘ Stainless steel ‘ S ‘ Heat-resistant alloys ‘ HTZ Uncoated cermet
HC® Coated carbide
K ‘ Castiron ‘ H ‘ Hardened materials ‘ HW Uncoated carbide
N
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Indexable mllling System code — milling bodies

FM A 12 050-A22 O - N 06 - 04 (L) (Q)
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1 2 3 4 5 6 7 8 9 10 11
Type Entering angle
Code Description
BM Profile milling A %45 E %750
™M Chamfer milling
EM Square shoulder milling
60° 90°
FM Face milling D % P %
HM Helical milling
SM Slot milling
™ T-slot milling R %
XM Special
1 2
Nominal diameter [mm]
Code Description
025 25
Serial number 050 50
160 160
315 315
3 4
Type and size of tool holders
Code Type Code Type
Nominal diameter @50-80 mm Nominal diameter @100-160 mm
022,27 ©27,32,40
20 : ‘
33| 22 | |
A 37 40 B ¥ 50
i 50 ! 63
+ 63 T 70
- [
11,135 ;
ﬂms, 20 @38,45,56 .
950,63,80 @100,125,160
>
Nominal diameter @200-250 mm Nominal diameter @315 mm
101,6 . 177.8 ‘
?60 W 01,6
i ] ; 260
C \ ! | D ‘ ‘ ‘ ; ;
: \ [ 32 !
| : A 63 f \ : : | J// !
! % — ! e 70
218 . ’ 70 | | T + A i 80
726 N 222] ||l218] |
\ @34 | |@26
200,250 r \ == @315 =
™ h nd
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.
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System code - milling bodies Indexable ml||ing

Insert shape

Clearance angle

Cutting edge length | [mm]

C ﬁ
=7
E ;
20°

B D
/5°
\EB“

F \E
25°

Insert shape

H

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)

-— | —
H L
o> 2O 0
[ Il
0 0 F g
O A @ H
R S
w O X  Special
—|— Q
z Special
pecia T W
6 7 8
Cutting direction
Number of teeth Code Description With inner cooling
L Left
9 10 11

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

When purchasing tools with inner coolant supply and B coupling these spare parts are included in delivery.
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Indexable mllling ISO code - inserts

P K N

wn

12 04

ED T21K R - DM

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
o = \|
1.C
<:> [ D \ E g Code | 1Cmml | mimml | Simm)
15° °
A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
o PN n
75 M E +0,025 40,025 +0,025
F +0,013 +0,005 +0,025
Q R O P ﬁ 0 Special G +0,025 +0,025 +0,130
e H +0,013 40,013 +0,025
J +0,05-0,13 +0,005 +0,025
T A K +0,05-0,13 +0,013 +0,025
L +0,05-0,13 +0,025 +0,025
M +0,05-0,13 +0,08-0,18 +0,130
O X 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°
1 B
> 65° — Q

> 65°

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

o - D

H,O,P

1O

-

o >

=

B34




ISO code - inserts Indexable mllllng

Insert thickness S [mm] Angle
} |
D, = (X 1
Kr an
Code ‘ S Code ‘ S Code ‘ Kr Code ‘ an
00 0,79 05 5,56 A 45° A 3°
TO 0,99 T5 5,95 D 60° B 5°
01 1,59 06 6,35 E 75° C 7°
T1 1,98 T6 6,75 F 85° D 15°
02 2,38 07 7,94 P 90° E 20°
T2 2,58 09 9,52 Z Special F 25°
03 3,18 T9 9,72 G 30°
T3 3,97 11 11,11 N 0°
04 4,76 12 12,70 P 11°
T4 4,96 z Special
6 7
Chamfer
Code Type Code Angle Code Width [mm] Code Position
0 5° 0 0,10
F )
E _ 7 2 15° 2 0,20
T W 3 20° 3 0,25 p ©
4 25° 4 0,30
s _7
5 30° 5 0,35
6 0,40 w Q)
7 0,45
8
Cutting direction
Code Description
Riah Chip breaker overview
R ight (on page B26)
L Left
N Right and left
9 10
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Indexable mi"ing System code - slot milling

SM P 03 -160 x

16 -

K 40

M P 12 -12 L

1 2 3 4 5 6 7 8 9 10 11 12
Type Entering angle
Code Description
SM Slot milling cutter p %90°
1 2
. Nominal diameter Cutting width
Serial number [mm] [mm]
3 4 5
Tool holder type
Code Description Code Description
Diameter of mounting hole
A A type B B type [mm]
C Ctype D D type
K With feather key
6 7
Insert shape Clearance angle
M ‘ S Insert size
N P : [mm]

~l-0° “11°

L]

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

B36




System code — QCH series Indexable mllllng

QCH - 35 -

SDMT 09

- Q 18 -

03

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

a Groove milling

h Circular milling/Ramping

b Square shoulder milling

c Profile milling

d Slot milling

»>

N
Q

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

G 25

- QCH -

Q

12 -

250

C -

(ZJ) (115)

1 2 3 4 5 6 7 8 9
Clamping form Clamping diameter [mm] Series [mm]
Code Description Code Description Code Description
G Cylindrical 12 12 QCH Indexable head system
XP Weldon 16 16
20 20
25 25
32 32
1 2 3
Thread type Thread size [mm)] Total length [mm]
Code Description Code Description Code Description
M Metric 8 8 85 85
Q Q thread 10 10 150 150
12 12 200 200
14 14
4 5 6
Material Shank Taper length [mm]
Code Description Code Description Code Description
C Solid carbide Z) Conical 920 920
S Steel = Cylindrically stepped 115 115
7 8 9
N
B3s OG>




racemiling INdexable milling

Face milling

FMAO1 Kr:45° 0

Fine pitch
Stock Dimensions [mm] Inserts
. - .
Article sk R L o0 oD, o ) . Teeth | Coupling =
A4
FMAO01-040-A22-SE12-04C *® o 40 51 22 40 6 4 A 0.34
FMAO01-050-A22-SE12-04 e O 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
FMAO01-050-A22-SE12-05C * o o 50 61 22 40 6 5 A 0.450.42
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 5 A 1.2
FMAO01-063-A22-SE12-06C 3k e o 63 74 22 40 6 6 A 0.53
FMAO01-080-A27-SE12-06 e o 80 91 27 50 6 6 A 1.2
FMAO01-080-A27-SE12-06C 3k e o 80 91 27 50 6 6 A 1.2
FMAO01-080-A27-SE12-08C * o 80 91 27 50 6 8 A 1.37
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
FMAO01-100-B32-SE12-08C X o o 100 107 32 50 6 8 B 1.99 SEET12T3
FMAO01-100-B32-SE12-09 o 100 107 32 50 6 9 B 1.85
FMAO01-100-B32-SE12-09C *® o 100 107 32 50 6 9 B 2.02
FMAO01-125-B40-SE12-08 o o 125 136 40 63 6 8 B 2.6
FMAO01-125-B40-SE12-08C *® o 125 136 40 63 6 8 B 2.6
FMAO01-125-B40-SE12-12 o 125 136 40 63 6 12 B 3.71
FMAO01-125-B40-SE12-12C X o o 125 136 40 63 6 12 B 333
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 e O 200 210 60 63 6 12 C 7.6
FMAO01-250-C60-SE12-14 e o 250 260 60 63 6 14 @ 13.5
FMAO01-315-D60-SE12-14 o 315 335 60 70 6 14 D 20.71
FMAO01-315-D60-SE12-18 ° 315 325 60 70 6 18 D 20.8
FMAO01-100-B32-SE18-04 o o 1-00 120 -------- 3 263 1-0 4 B w2
FMAO01-125-B40-SE18-05 o o 125 145 40 63 10 5 B 2.6
FMAO01-125-B40-SE18-07 o 125 145 40 63 10 7 B 3.22 SEETIST6
FMAO01-160-C40-SE18-06 o o 160 180 40 63 10 6 @ 43
® Ex stock o On demand
** With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Stock Dimensions [mm] Inserts
Article S Teeth | Coupling
R|L @D @D, od L Ap max >
A4
FMAO01-160-C40-SE18-09 o 160 180 40 63 10 9 C 4.8
FMAO01-200-C60-SE18-08 e O 200 220 60 63 10 8 C 7.6
SEET18T6
FMAO01-250-C60-SE18-10 ° 250 270 60 63 10 10 C 13.5
FMAO01-315-D60-SE18-12 o o 315 335 60 80 10 12 D 20.8
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SEET12T3 SEET12T3 SEET18T6
oD 50-100 125-315 100- 315
v Screw (insert) 160M3.5x10 160M3.5x12 160M5x%17
(2.7 Nm) (2.7 Nm) (6.7 Nm)
P | screw (shim) SM5X7XA SM8X9XA ‘ |
= & b
~— .
- ] Shim S13BS 518BS
¢ | Wrench (shim) WH35L WH50L o&
& | Wrench (insert) WT15lS WT15IS
/x Wrench (insert) WT20IT
O  Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 1273 | 17.82 | 134 | 3.97 4.1
Milling inserts &% Unfavourable machining conditions 18 T6 | 2478 | 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2 DGRBODBH DD BGR BBHBHR OO0 |O
SEEXRCASE X DBROOBDBHBROO |O
ed DB @)
29 ) D
CCIE X O®% HBH &S
O B
M — — T =
150 R SogqpgoagBossggsRa8yb b oo
JUOU=S=200QZ000VUAVLRVAVY U =&
(e e e R e R e i va R e e | f~a liaa Jiaa MY aa Ria'a Mo a JiYo'a WY 'a R c'a MY 'a MY o'a R 2 ) 9=t = (alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>>
SEET12T3-W 500 |9.46 o ) o o
® SEET12T3S11-W 500 |9.46 o
N\ 4 SEET12T3520-W 500 |9.46 o
SEET18T6-W 500 | 11 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 18 T6 18 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBe BH Dk HPDBE OO0 O
M| DRHDBSH DRDBHDRHBRBOO O
20°
K SRR @)
ad N ) SR
S CCICE O BB & €
H O 8
[aa] NN onm o NN = o~ o 2
N — — = N — wn in — —
Is0 bs SR20882KS88S85888883882 2 |55
UUU=Z=2Z2000TVV00VVLWUYa0nVY 9 = N
[ e R N a g N a R o N ca R aa ) aaliaa Y aa Bifaa Y aifaa i a Bifaa WY Wifaa MY s a Qo ) = =z [alya)
S>>>>>S>>>>>>>>>>>>>>>> > > >
SEET12T3-CF 2.55 o o
a
-
SEET12T3-CM 2.55 () o
«a
N4
SEET12T3-CR 2.55 o0 o
(=)
A4
SEET12T3-DF 255 e @ ° ° o o o
a
>
SEET18T6-DH 229 |0 o o
SEET12T3-DM 255/e 0 o @ ° o e o o
@ | seeT18T6-DM 229 o
>’
SEET12T3-DR 255 |0 ° ° o o
(=)
A4
SEET12T3-EF 2.55 o o ® O
()
>
SEET12T3-EM 2.55 ° o o e ® O
& | seETIsTEEM 2.29 o .
N4
SEET12T3-LH 2.55 o o0
()
—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

FMAO2 Kr:45° 0

Coarse and differential pitch

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
@D ®D1 od L Ap max @
A4
FMA02-050-A22-SE12-03 ° 50 61 22 40 6 3 A 0.4
FMAO02-063-A22-SE12-04 ° 63 74 22 40 6 4 A 0.6
FMAO02-080-A27-SE12-04 ° 80 91 27 50 6 4 A 1.3 SEET12T3
FMAO02-100-B32-SE12-05 ° 100 107 32 50 6 5 B 1.3
FMAO02-125-B40-SE12-06 o 125 131 40 63 6 6 B 2.6
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SEET12T3
@D 50-125
- 160M3.5x10
v Screw (insert) 27Nm)
/’ Wrench (insert) WT15IS
System code B32 Grade selection Technical info B617 Cutting data B312
N
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racemiling INdexable milling

O  Ideal machining conditions SEET L I.C S d
€3 Normal machining conditions 127T3 | 17.82 | 134 | 3.97 4.1
MiIIing inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK O&% HBH & &
H O B
N——mEENNMMFNNNmmUIﬁonN‘_ E
IS0 R Ibs RR23ddd2Q8KR822RRIINIRIAE |2 |58
UUU=Z=22000IT000VU00nUYaYnYl ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
SEET12T3-W 500 |9.46 o () o o
() SEET12T3S11-W 500 |9.46 o
| SEET12T3520-W 500 | 9.46 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts €%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35858 BH B SBHBe OO0 |O
M| DBRHDBH DRHORHBRBOO O
20°
K SRR @)
od N & S
S CCICK O&% HH & &
H @) B
NF-—M‘_‘_NNMM‘—NNNmmuIﬁonN‘_ o
IS0 bs 22200 MLURRLESSLS8338838482 |2 |55
J00U===S000ZI000U0AVOURIVAVIY (U =&
[ca R ea i ea e a R e a i aa N aa i aa | aa R e Y aa Y a'a N a'a 2 a Wi a2 W a'a R a'a Wi o'a Wi a'a B 'a }l 7 P4 [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SEET12T3-CF 2.55 o o
a
-
SEET12T3-CM 2.55 ) o
()
>’
SEET12T3-CR 2.55 o0 o
(=)
A4
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions SEET L 1.C S d
A €3 Normal machining conditions 1273 | 134 | 134 | 3.97 4.1
Milling inserts €% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P B3 BDBRE BD D HPDBHE OO0 O
g M| DBRHDBB DRDBHBDBHBBBOO O
= 20°
e K D o
od N & DR
S CCIEX O% HBH & €3
H O 8
B N\_PQEENNMMFNNNmmEONmN; LLr‘—:
IS0 bs I RRLIIAn2URE2SERRNSRIFALAL’= |= |55
VDUU=Z=2Z2000TVV00VYUVULUYUnVY 9 =
[ R N a R e e R e N ca R o) Waaliaa B ea e MY aa lifaa i ea Bifaa WY ca Wi aa WY a a Qi e | b= =z [alya)
S>> >>>>>>>>>>>>> > > >
SEET12T3-DF 2550 @ ° ° o o o
()
g\ -
:2: SEET12T3-DM 255/ 0 @ @ ° o LI )
=«
>’
SEET12T3-DR 255|0 ° ° o o
(=)
A4
C SEET12T3-EF 2.55 o o e O
()
>’
SEET12T3-EM 2.55 ° [¢) o e ® O
2 @
= >’
o
SEET12T3-LH 2.55 o oo
()
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
D HC* Coated cermet
HW Uncoated carbide
c
© O
O 5
c
< £
o O
=
X
[
©
£
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Face milling

Indexable milling

Face milling

FMAO3 Kr:45° 0

ap¢

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

® Ex stock 0 On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Spare parts

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

O  Ideal machining conditions SEKN L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &% Unfavourable machining conditions 1504 |15.875|15875| 4.76
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3HBa355B8 S8 B GBHBe 00 |O
M| 83D DWOODBHBRBOO O
K SPRCE O
N &8 DR
S LI K O®B DB & 3
H O )
N——mEENNMM\—NNNmmUIﬁonN; E
150 bs SR AdnlARE22RNLIIRIIRLAL= |2 |88
UUUZS=2Z2000TVVVUYUVUYUnYY ) = N
[ea e R ea e N e M aa R aa M aa l o'a W a'a R 'a Y a'a Y a'a e a W a'a Wi 'a I a'a Wi a'a Wi a'a R 'a I~ P [ala)
SE>>>5>>>>>>>>>>>>>>>>5> |5 |>>
SEKN1203AFN 1.8 o
SEKN1203AFTN 1.8 ° ° o o o o ¢} ¢}
SEKN1203AFTNX o o o
W' | SEKN1504AFTN 16 |0 @0 o e °
SEKN1504AFTNX 00 o0
SEKN1504AZ 1.6 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions SEEN L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts £%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR o
N St €D S8
S CCICK O BB O €
H O S
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
150 bs |S2388BORSB2SSRESRRNGR2RE |2 |55
J0U0U=S==S00Q0Z000U0AVOURVAVIY (U =&
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SEEN1203AFTN 1.8 °
\ 4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O  Ideal machining conditions SEKR L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRBDBR BB Dk DBPHBHE OO O
M| DHHDBH DHRODBBOBBRBOO O
K SeE R o
N St SR
S L < O%B HBH &S <k
H O St
M — — N I =
150 b S22R8B002S88S85888888R R & 5o
JUUS=2200Q0Z0000RVURYARAVY (O =&
[ea e g e R e e e N e R e R aa | lfa liyaa WYaa Ny aa WY a'a SiYa'a QY o'a WY o'a B c'a M 'a B 'a N e |l P8 z (alya)
S>E>>>>S>S>F>>>>>>>>>>>>> |5 |=>
SEKR1203AFN 1.8 ° o
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

FMAO4 Kr:45° 0

Turning

Screw Clamping

g
E Stock Dimensions [mm] Inserts
. - .

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

OFKTO05T3

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

® Ex stock o0 On demand

* With internal cooling

O

= S Spare parts
2 ‘g Insert OFKTO5T3 OFKTO05T3
§ s 2D 50-63 80-160
= e
v Screw (insert) 160M4x8.4 160M4x10
(3.4Nm) (3.4Nm)
E A | Wrench (insert) WT15IS WT15IS
<
(9]
o
£
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions OFKT L I.C S d
€3 Normal machining conditions 05T3 | 526 | 12.7 | 3.97 4.4
MiIIing inserts §%  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2lC P B35 DBHs SBH D& SPHBHE OO0 O
/j M| OHOOHEe DROODBORROO O
" od | K XL O
S 26°T N ® e
S S CEECK O&% HBH & &
H O B
N——mEENNmmFNNNmmuIﬁonN‘_ E
IS0 RISIICIDL2ARESERASIRINRSIAQE |2 |85
UUU=Z=22000IT000VU00nUYaYnYl ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
OFKTO05T3-DF 0.5 o o
OFKTO05T3-DM 0.5 ° o o ° ® O
OFKTO5T3-LH 0.5 °
‘ >
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B31 Technical info B617 Cutting data B312

System code B32 Grade selection
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Indexable mllling Face milling

Face milling

FMAO4 Kr:45° 0

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R @D | @D, od L A max S
FMAO04-125-B40-OF07-08 o 125 136 40 63 5 8 B 39
FMAO04-200-C60-OF07-12 o 200 211 60 63 5 12 C 7.6
OFKR0704
FMAO04-250-C60-OF07-16 ¢} 250 261 60 63 5 16 C 133
FMAO04-315-D60-OF07-20 315 321 60 63 5 20 D 20.3
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert OFKR0704
oD 125-315
@@ | Adustable LOMS5x15.1
screw
@ | Cassette (left) LOFO7L
' Cassette (right) LOFO7R
DMB8x21X
@ Screw (wedge) (102Nm)
e Wedge (left) Wo2L
&/ | Wedge (right WO2R
) Wrench (loca- WT20T
tor)
) Wrench WH40T
(wedge)
System code B32 Grade selection Technical info B617 Cutting data B312

Bs0



racemiling INdexable milling

Ideal machining conditions OFKR L 1.C S
€3 Normal machining conditions 07 04 745 | 1794 | 4.76
MiIIing inserts §%  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK O&% HBH & &
H O B
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
ISO RISRIJISDBLERE2SRASIRIIRILZ |2 |55
J00U===000Z000U0ARVOURVAVIY (U =&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
OFKR0704-DM 0.8 o o o o o o o
. . | OFKR0O704W-DM 0.8 o
X OFKR0704-LH 0.8 o
P OFKR0704-PM 0.8 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

FMAO4 Kr:45°

Screw Clamping

Dimensions [mm]

Inserts

Article s | Stock Teeth
' @D | @D, | od L | apme g
FMAO04-050-A22-0D06-04C b o 50 60 22 40 4 4 0.284
FMAO04-063-A22-0D06-05C S o 63 73 22 40 4 5 0.409
FMAO04-066-A27-0D06-05C S o 66 76 27 50 4 5 0.88
FMAO04-070-A27-0D06-06C sk o 70 80 27 50 4 6 0.88
FMAO04-080-A27-0D06-06C x® o 80 90 27 50 4 6 1.017 OD*T0605%*
FMAO04-100-A32-0D06-07C sk o 100 110 32 50 4 7 1.536
FMAO04-125-B40-OD06-08 o 125 135 40 63 4 8 2.931
FMAO04-125-B40-OD06-12 o 125 135 40 63 4 12 3.295
FMAO04-160-C40-OD06-10 o 160 170 40 63 4 10 3.838
® Ex stock o On demand
** With internal cooling
Spare parts
Insert OD*T0605**
@D 50-160
v Screw (insert) 160M>x13 Q ‘
(6.7 Nm) 6 v S
/ Wrench (insert) WT20IS

System code ) B32

B52

Grade selection ) B31

Technical info ) B617

Cutting data ) B312



racemiling INdexable milling

O  Ideal machining conditions ODHT L I.C S d
€3 Normal machining conditions 06 05 6.5 |15875| 556 5.4
Milling inserts §%  Unfavourable machining conditions 0605 | 65 |15875| 556 | 54
OD**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N &8 D &
S CEECK O&% HBH & &
H O B
N——mEENNmmFNNNmmuIﬁonN‘_ E
ISO r 2RI JALARE22RASIIIIRIIAE |2 |55
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
ODHT060508-GH 0.8 | 1.6 ° oo °
ODHT060508-GL 0.8 |1.6 o o °
ODHT060508-GM 08 |16|e ) ° °
E/
ODHT060508-LH 0.8 | 1.6 ® O
)
ODMT060512-GM 1.2 |1.6 o
E/
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Face milling

Face milling

FMA11 Kr:45° 0

Bs54

. s -
éz
C D
Dimensions [mm] Inserts
. - . .
Article sz | Stock o0 oD, o ) . Teeth Coupling E
FMA11-032-A16-SN12-03C x ° 32 43.47 16 40 5.5 3 A 0.33
FMA11-040-A16-SN12-04C x ° 40 51.47 16 40 5.5 4 A 0.33
FMA11-050-A22-SN12-04C x ° 50 61.47 22 40 5.5 4 A 0.44
FMA11-063-A22-SN12-05C x ° 63 74.47 22 40 55 5 A 0.55
FMA11-063-A22-SN12-06C x o 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
FMA11-080-A27-SN12-08C x ° 80 9147 27 50 55 8 A 1.16
FMA11-100-B32-SN12-07 ° 100 11147 32 50 5.5 7 B 1.42
FMA11-100-B32-SN12-07C x o 100 11147 32 50 5.5 7 B 1.42 SNEG1205
FMA11-100-B32-SN12-10C x o 100 11147 32 50 55 10 B 1.42
FMA11-125-B40-SN12-08 ° 125 13647 40 63 55 8 B 2.86
FMA11-125-B40-SN12-08C N o 125 13647 40 63 55 8 B 2.86
FMA11-125-B40-SN12-12C x ° 125 13647 40 63 5.5 12 B 2.86
FMA11-160-C40-SN12-10 ° 160 17147 40 63 55 10 C 4.06
FMA11-160-C40-SN12-15 ° 160 17147 40 63 5.5 15 C 4.06
FMA11-200-C60-SN12-14 ° 200 212.08 60 63 55 14 C 6.89
FMA11-063-A22-SN15-05C x ° 63 774 22 40 7 5 A 056 -------
FMA11-080-A27-SN15-06C x ° 80 94.4 27 50 7 6 A 106
FMA11-100-B32-SN15-07 o 100 114.4 32 50 7 7 B 147
FMA11-100-B32-SN15-07C % o 100 1144 32 50 7 7 B 147
FMA11-100-B32-SN15-09C % e 100 1144 32 50 7 9 B 147
FMA11-125-B40-SN15-08 ° 125 139.4 40 63 7 8 B 27 -----
FMA11-125-B40-SN15-08C x o 125 139.4 40 63 7 8 B 27 ----- SNEG1506
FMA11-125-B40-SN15-10C x ° 125 14025 40 63 7 10 B 3.1 -
FMA11-160-C40-SN15-10 ° 160 1744 40 63 7 10 C 3.92 -
FMA11-160-C40-SN15-13 ° 160 17525 40 63 7 1:’; C 414
FMA11-200-C60-SN15-12 ° 200 2144 60 63 7 1 2 C 546
FMA11-250-C60-SN15-14 ° 250 2644 60 63 7 14 C 11.26 -
FMA11-315-D60-SN15-18 o 315 3294 60 8 7 18 D 20
® Ex stock © On demand
* With internal cooling

System code B32 Grade selection B31 Technical info B617 Cutting data B312



racemiling INdexable milling

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling —
0 @D @D, od L Ap max a
FMA11-125-B40-SN19-07 ° 125 14263 40 63 9 7 B 3
FMA11-125-B40-SN19-07C b ° 125 14263 40 63 9 7 B 3
FMA11-160-C40-SN19-09 ° 160 167.63 40 63 9 9 C 4.25
SNEG1907
FMA11-200-C60-SN19-11 ° 200 217.63 60 63 9 11 C 6.18
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
FMA11-315-D60-SN19-16 o 315 33263 60 80 9 16 D 20.9
® Ex stock o On demand
< With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 32-200 63-315 125-315
w Screw (insert) 160M3.5x10 160M5x13 143M6x16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
| Wrench (insert) WT20IT WT25IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

SNEG L 1.C S d
O  Ideal machining conditions 1205 | 76 12 | 476 | 46
€5 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts €% Unfavourable machining conditions 1907 | 121 | 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P 353558 S8 G GBHBe 00 |O
O°
M| DRHODBEE DBROBOBBHBROO O
K SPLCER @)
N St D
S CCIE X O®B DB & 3
H O )
N\—-—UM’EENNMM\—NNNMLAU:EQNMN‘_ E
IS0 rbs |I222ddm2ARESSRNINIIILINE 2 |55
UUUZSZ=2Z2000TVV0VUYUVUYUnYY ) = N
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
SE>>>S>>>>>>>>>>>>>>>>> |5 |[>>
I SNEG1506ANR-E 09 |13 °
. SNEG1205ANR-GM 0.8 |1.05|e ° ° o0
e SNEG1506ANR-GM 09 |13 |e ° ° o e
. SNEG1205ANR-GR 0.8 |1.05| @ ° ° [} o
E SNEG1506ANR-GR 09 |13 |e ° ° o
SNEG1907ANR-GR 1 |1.67|e ° L)
e SNEG1506ANR-HGR ° 0
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

Bs6



racemiling INdexable milling

O  Ideal machining conditions SNEG L 1.C S d
€3 Normal machining conditions 1205 | 159 12 4.76 4.6
Milling inserts §%  Unfavourable machining conditions 1506 | 199 15 554 | 55
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
) DDRWHDBRE BH Dk HPHDBE OO0 O
K Q
e 9 DO DRDBHPHBRBOO O
SRR o
St €D S8
LI < OB BH O 63
O &S
NF—mE;NNMMPNNNmmUI\onN; E
150 Nnng8s88R82Rg822388S83382 2 53
UUU=Z=2Z2000ITVV00VUWUYaYnVY 9 = N
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SNEG1205ANR-W 0.6 |0.8 °
. SNEG1506ANR-W 0.9 |0.8 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Grade selection B31 Technical info B617 Cutting data B312

System code B32
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Indexable mllling Face milling

Face milling

FMA12 Kr:45° 0

A

Turning

Milling

Stock Dimensions [mm] Inserts

Article sl Teeth | Coupling p
R/ L| @0 | @D, | od L | @pma ‘

FMA12-050-A22-ON06-04C K e 50 59 22 40 4 4 A 0.309
FMA12-050-A22-ON06-05C ooe 50 59 22 40 4 5 A 0.352
C FMA12-063-A27-ON06-05C L 63 72 27 50 4 5 A 0.645
FMA12-063-A27-ON06-07C e 63 72 27 50 4 7 A 0.695
FMA12-080-A27-ON06-07C o 80 920 27 50 4 7 A 1.071
FMA12-080-A27-ON06-09C e 80 20 27 50 4 9 A 1.098
o FMA12-100-A32-ON06-08C L ) 100 110 32 50 4 8 A 1.599
= FMA12-100-A32-ON06-11C B 100 110 32 50 4 1 A 1.616 ON*U0604**
E FMA12-125-B40-ON06-10 ° 125 135 40 63 4 10 B 3.114
FMA12-125-B40-ON06-14 ° 125 135 40 63 4 14 B 3.151
FMA12-160-C40-ON06-12 ° 160 170 40 63 4 12 C 4.504
FMA12-160-C40-ON06-18 e O 160 170 40 63 4 18 C 4.568
FMA12-200-C60-ON06-14 o 200 210 60 63 4 14 C 6.76
D FMA12-200-C60-ON06-22 o o 200 210 60 63 4 22 C 6.4
FMA12-250-C60-ON06-27 o o 250 260 60 63 4 27 C 11.9
FMA12-063-A22-ON09-04C o 63 76 22 50 4 4 A o7
FMA12-063-A22-ON09-06C ° 63 76 22 50 4 6 A 0.84
© 5 FMA12-080-A27-ON09-05C o 80 93 27 50 4 5 A 1.1
E g FMA12-080-A27-ON09-07C ° 80 93 27 50 4 7 A 1.24
E :g FMA12-100-A32-ON09-06C o 100 13 32 50 4 6 A 1.6
= FMA12-100-A32-ON09-10C ° 100 113 32 50 4 10 A 1.809
FMA12-125-B40-ON09-08 o 125 138 40 63 4 8 B 3.1
ON*UQ9T5**
FMA12-125-B40-ON09-12 o 125 138 40 63 4 12 B 3.586
FMA12-125-B40-ON09-12C ° 125 138 40 63 4 12 B 3.648
E FMA12-160-C40-ON09-10 o 160 173 40 63 4 10 C 3.982
FMA12-160-C40-ON09-15 o 160 173 40 63 4 15 C 4.303
FMA12-200-C60-ON09-12 o o 200 213 60 63 5.54 12 C 4.987
FMA12-200-C60-ON09-18 o o 200 213 60 63 455 18 C 5.754
FMA12-500-D60-ON09-30 o o 500 513 60 80 5.5 30 D 66.5

® Ex stock o0 On demand

Index

* With internal cooling

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Spare parts

Insert ON*U0604** ON*UQ9T5%**
@D 32-300 50-550
. IRM4x10
v Screw (insert) (3.4 Nm) IRM5x13
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT

O Ideal machining conditions ONHU L I.C S d
€3 Normal machining conditions 06 04 | 6.15 | 158 | 554 6
Milling inserts £%  Unfavourable machining conditions 09 T5 8 202 | 5.8 7
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SH3BDBe BB Bz SBHBE OO0 |O
M| DBHRHDBSH DRDBHDPHBRBOO O
K SRR o
N &S SR
S LI < O% BB & 63
H O S
N.—.—Q;;NNmm—NNNmmquonN; E
IS0 r s R R 2Pl RIE22RRNSRRITIRALA= = |5 o
UUU=Z=ZZ2000ITVV00VULWUYaUnVY ©) = N
[ R N e N e i a N ca N ea ) lf=a e R oa Bifaa B oa lifa'a i oa Bifa'a W o Wifa'a Mt a Wi e} b= =z [alya)
S>> >>>>>>> |5 |[>=>
ONHU060408ANN-GH 08 | 1 ° o e o ° o
0 ONHUO09T508ANN-GH 0.8 1.2 ° °
) ONHU060404ANN-GL 04 | 1 ° o ° ° o
0 ONHUO09T508ANN-GL 0.8 1.2 °
) | ONHU060408ANN-GM 08 | 1 ° ° o °
0 ONHUO09T508ANN-GM 08 | 1.2 ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions ONMU L 1.C S d
€3 Normal machining conditions 06 04 | 6.15 | 158 | 5.54 6
Milling inserts €% Unfavourable machining conditions 09 T5 8 202 | 5.8 7
ON**milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3B3 HBDBRE BD G DHHBR OO0 O
M| DHRHDBEB BRDOBDBHBROO |O
K ST @)
N &8 StEC
S CO X O% BB & €3
H O St
NF—mE;NNMMFNNNmmuIﬁonN; t‘—:
1SO r s R RLA A 2IRECSRINSRRIIZA= |= |55
VUU=SZ=ZZ2000ITVV0VUVWULUYYnVY 9 = N
[ R e N e s i s N o ) lfoaliaa B ca Mifaa B oa ifa'a B ca Mifaa W c'a Wi a'a B a B e} b= =z [alya)
S>E>>>S>>>>>>>>>>>>>>>>> |5 |>>
0 ONMU060408-GH 08 | 1 () °
0 ONMU060408-GM 08 | 1 o o ° °
p <
0 ONMUO09T512-GH 1.2 1.2 o o o
0 ONMUO09T512-GM 1.2 1.2 o o o
p <
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

Be60



racemiling INdexable milling

Face milling

'y
FMA17 Kr:45° 0 0

Stock Dimensions [mm] Inserts
. R i —
Article sk R L o0 oD, o ) . Teeth | Coupling
FMA17-050-A22-SN12-04C X o o 50 65 22 40 6.5 4 A 0.384
FMA17-050-A22-SN12-06C e 50 65 22 40 6.5 6 A 0.381
FMA17-063-A22-SN12-06C K e o 63 78 22 50 6.5 6 A 0.717
FMA17-063-A22-SN12-08C ke 63 78 22 50 6.5 8 A 0.717
FMA17-080-A27-SN12-07C kK e o 80 95 27 63 6.5 7 A 1.085
FMA17-080-A27-SN12-10C ke 80 95 27 63 6.5 10 A 1.105
FMA17-100-A32-SN12-08C XK oo 100 115 32 63 6.5 8 A 1.558
FMA17-100-A32-SN12-12C Kooe 100 115 32 63 6.5 12 A 1.656
FMA17-125-B40-SN12-10 e O 125 140 40 63 6.5 10 B 3.012 SNGX1205
FMA17-125-B40-SN12-16 ° 125 140 40 63 6.5 16 B 3.103
FMA17-160-C40-SN12-12 e O 160 175 40 63 6.5 12 C 4.358
FMA17-160-C40-SN12-20 o 160 175 40 63 6.5 20 C 4.6
FMA17-200-C60-SN12-18 ° 200 215 60 63 6.5 18 C 6.337
FMA17-200-C60-SN12-24 o 200 215 60 63 6.5 24 @ 6.569
FMA17-250-C60-SN12-20 ° 250 265 60 63 6.5 20 C 12.36
FMA17-315-D60-SN12-22 o 315 330 60 80 6.5 22 D 21.224
FMA17-400-D60-SN12-28 o 400 415 60 80 6.5 28 D 39.535
® Ex stock © On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Technical Drilling Milling Turning

Information

Index

Indexable mllling Face milling

Spare parts

Insert SNGX1205 SNGX1205 SNGX1205
@D 50-78 80-180 200-400
v Screw (insert) IRM4x10 IRM4x10 IRM4x10
(3.4 Nm) (3.4 Nm) (3.4 Nm)
/ Wrench (insert) WT15IP
/’ Wrench (insert) WT15IS
)~ Wrench (insert) WT15IT
O  Ideal machining conditions SNGX L 1.C S d
€3 Normal machining conditions 1205 | 127 | 12.7 6.5 5.9
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B3BDBHE BD Bk BBHBB OO0 |O
M| DBODEB GROOBBHBROO |O
K SPE R @)
N St D e
S CCIE O&% DL &
H O St
~ M — — NN mMm o NN n qu o~ o= ‘L—)
150 r [RRS488LRSB2SS5S88888% 2 2 |55
JUUS=2200Q0Z000VURVURVARAVY (U |=&
[ea e R e e R e R e i e e R e | f~a liaa Jiaa MiYaa Ba'a MiYa a QY o'a Ny o'a R c'a MY a'a MY c'a N 2 | Pt zZ (alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>=>
SNGX1205ANN-GH 1.2 ° °
SNGX1205ANN-GL 1.2 ) °
SNGX1205ANN-GM 1.2 ° ° °
R SNGX1205ANN-LH 0.8 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

Be62



racemiling INdexable milling

O  Ideal machining conditions SNMX L 1.C S d
€3 Normal machining conditions 1205 | 127 | 127 6.5 59
Milling inserts £%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR o
N St €D S8
S CCICK O BB O €
H O S
NF—mEENNmm—NNNmmuIﬁonNu‘—.’ E
IS0 R4 2lRIE22RASRIFIAILR= |= |55
UUU=Z=2Z2000ITVV00VUWUYaYnVY 9 = N
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>|> > > >
SNMX120512-GH 1.2 ° °
SNMX120512-GM 1.2 ° °
H
=
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
O Ideal machining conditions SNGX L 1.C S d
€3 Normal machining conditions 12 05 15 12,7 4,8 5,9
M||||ng inserts £%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o0 P oo200% 00 % 989% 00 [0
M| DBHRHDBSH Dee HPRHBRBOO O
K SR o
N ) & S
S CCICK o8B BB © €&
H O B
N—\—mgzwwmm—mmmmm%owmm; U'L—j
150 bs | r 228882 RgBSSS85888]a80r | 5o
VUUU=SZ=ZZ200Q0Z00VUVLULUYUYKnVY O = N
[ e N e N e R va i va R ca i ea ) laaliaa i aa Mia'a Y aa Wifa'a i o BiYa'a WY e Wifa'a WY Wi a2} et =z [alya)
S>>>>>>>>>>>>>>>>>>>>5 > > >
SNGX1205ANN-W 4,321 1,2 °
—_—
=
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable milling

Face milling

Face milling

FMDO2 Kr:67° 0

&l

&

&

’

Ble)s

Be64

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

Article s R 1L o0 oD, o ) . Teeth | Coupling Q
FMDO02-050-A22-PN11-04 e O 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-04C ko 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 ke 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C ® o 63 731 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 ° 63 73.1 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C L ) 63 73.1 22 50 5 6 A 0.9
FMDO02-080-A27-PN11-06 ° 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-08 ° 80 90.1 27 50 5 8 A 1.2
FMD02-080-A27-PN11-08C L 80 90.1 27 50 5 8 A 1.2
FMDO02-100-B32-PN11-07 ° 100 110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C *® 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 PNEGT105
FMDO02-125-B40-PN11-08 o o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C *® o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-12 e O 125 135.1 40 63 5 12 B 3.2
FMDO02-125-B40-PN11-12C *® o 125 135.1 40 63 5 12 B 3.2
FMDO02-160-B40-PN11-10 e O 160 170.1 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 e O 160  170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 @ 210.1 60 63 5 12 C 7.9
FMDO02-200-C60-PN11-16 e O 200 210.1 60 63 5 16 C 85
FMDO02-200-C60-PN11-20 o o 200 21041 60 63 5 20 C 85
FMDO02-200-C60-PN11-24 ° 200  210.1 60 63 5 24 C 8.6
FMDO02-250-C60-PN11-14 o 250  260.1 60 63 5 14 C 13.4
FMDO02-250-C60-PN11-18 e O 250 260.1 60 63 5 18 C 18
FMDO02-315-D60-PN11-26 o o 315 325.1 60 80 5 26 D 24.5

® Ex stock o On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312



racemiling INdexable milling

Spare parts
Insert PNEG1105
@D 50-315
[
v Screw (insert) 160M4x10 <
(34Nm) ‘i
/’ Wrench (insert) WT15IS

O Ideal machining conditions PNEG L I.C S d
€3 Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
Milling inserts §%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OBRbDBRE BO B OBHBeE OO0 |O
M| SeHB58 DGROBOBHREO0 O
K EALC o
N &8 X
S LI < O®B OB O 3
H O D
N-—v—m‘_‘_NNmm-—NNNmmEonNF E
IS0 bs | 122388 °8K82SSNS88AERAEC |2 |88
XU US==S000Q0T00V0U00VUOY0Y LV VY ) = N
[ea g R e R e N e R el el aa Jiaa ) fa R aa Wifaa Wfaa i a'a Jifa'a Wi a'a i 'a Wi a'a i a'a Wi a a a2 ) g P4 [alya)
S>> >>>>>>>> |5 |[=>
PNEG110512L-PF 16 |75|0
PNEG110512R-PF 16 |75]0 o
PNEG110512L-PM 16 |75|0
Q PNEG110512R-PM ° o
PNEG110512L-PR 16 |75]0
PNEG110512R-PR 16 |75|0 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions PNEG L 1.C S d
€5 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts €% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3B3 HBDBRE BD Dk HPHBHE OO O
M| DBRHDBBR DRDBHPHBBOO O
K ST @)
N St StEC
S I O% BB & €3
H O St
N\—.—mEENNMM‘—NNNmmlJIﬁonN; t‘—‘)
ISO bs apmax838‘*‘“‘"’2388\9985822%%%2— — S o
VUU=SZ=ZZ2000ITVV0VUVWULUYYnVY 9 =
[ R e N e s i s N o ) lfoaliaa B ca Mifaa B oa ifa'a B ca Mifaa W c'a Wi a'a B a B e} b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>|> > > >
! 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
B31 Technical info B617 Cutting data B312

Be6

System code B32 Grade selection



racemiling INdexable milling

Face milling

FMDO2 Kr:67°

C
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
"IRIL| @0 | @D, | ed | L | apme Q
FMDO02-080-A27-PN11-10 ° 80 90.1 27 50 5 10 A 13
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 200 210.1 60 63 5 28 C 8.5
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert PNEG1105
@D 80-200
DM6x20A
@ Screw (wedge) ZONm)
@ Wedge W18N
WT15IT

) Wrench
(wedge)

System code B32

Grade selection

B31

Technical info

B617

Cutting data

B312
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Indexable mllling Face milling

O Ideal machining conditions PNEG L 1.C S d
€5 Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
MiIIing inserts €% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB B OBHBB OO0 |O
M| ©5582 DBROBOBBHBROO O
K SR @)
N St DR
S CCIE X O®B DB O 3
H O )
NFFM‘_‘_NNMM\—NNNmmuIﬁonN‘— E
IS0 bs |22 483 RRE22]ASS32g882 |2 |55
Y OUU=S=S000T00000VUOY0Y VOV ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
PNEG110512L-PF 16 |75]0
PNEG110512R-PF 16 |75]0 o
PNEG110512L-PM 16 |75|0 o
g PNEG110512R-PM ° ° o
PNEG110512L-PR 16 |75]0 °
PNEG110512R-PR 16 |75]0 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions PNEG L 1.C S d
€5 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts §%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3BBG DBHE BB B OBHBB OO0 |O
M| DBRHEBE DRODBHBRZOO O
K SR @)
N St DR
: S CCIE X O®B DB &
H O St
N-——LQE;NNMM\—NNN‘“U\EONMN‘— E
ISO bs |amx | SR SAIDLARS2SESAIRIITRIIAE |2 55
UUUZSZ=2Z2000TYVV0VUYUVUYaUnYY ) = N
[ea Qe J e R e N a R e R el aa Jiaa ) oa Jifaa Wifaa Wfaa Sl a'a Jifa'a W a'a W2 WY a'a i a'a WY a a a2 )l g P4 [alya)
S>> >>>>>>>>>> |5 |>=>
l PNEG110512R-CF 1.6 5 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312



racemiling INdexable milling

O  Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts £%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR o
N &S €D S8
S CCICK O BB O €
H O S
[3a] NN onm o NN & o~ o =
N = — n n = M wno IS} = =
1SO bs ooommmﬁmomggo‘—ooo(\,oomg Q) — =
0SS S2 5882000000033 3/c @ |28
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>> >>>>>>>>>>> > > >
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 1.6 °
PNEG110512L-CR 1.6 5 o o
‘ PNEG110512R-CR 1.6 5 o o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B69

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

Face milling

FMDO2 Kr:55° 0

/ =
?‘f"ng

C
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling .\
"IRIL| o0 | od L | apme =

FMDO02-080-A27-HN09-08 o 80 27 50 6 8 A 1.19
FMDO02-080-A27-HN09-10 o 80 27 50 6 10 A 1.1
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 37 HNEX0905
FMDO02-160-B40-HN09-18 ° 160 40 63 6 18 B 5.62
FMDO02-160-B40-HN09-22 o 160 40 63 6 22 B 5.6
FMD02-200-C60-HN09-22 o 200 60 63 6 22 C 6.7
FMDO02-250-C60-HN09-28 o O 250 60 63 6 28 C 13

® Ex stock 0 On demand

** With internal cooling

Spare parts

B70

Insert HNEX0905
oD 80-315
DM6x20A
@ Screw (wedge) ZONm)
(] Wedge W18N
| Wrench WT15IT
(wedge)

System code B32 Grade selection B31 Technical info B617

Cutting data

B312



racemiling INdexable milling

Milling inserts

Ideal machining conditions

€3 Normal machining conditions
§%  Unfavourable machining conditions

HNEX

L 1.C S

09 05

9.16 | 15.875| 556

HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N &8 D &
S LI < O&% HBH & &
S
H O B
N,_,_m'—‘—NNMMFNNNanUI\ONmN‘_ 2
150 r |SR3E0808R82SRNERRRg28 2 |2 55
J0U0U=S==2000Z00VURVOURAVARAVLY (U |=&
[ea e R o W a N e R ~a i va W aa R o | lf=a N aa R o'a R a'a B o'a a'a WY o'a N a'a WY 'a W2 W' R a2} e =z [alya)
S>E>>>>>>>>>>>>>>>>>>>> > > >
} : HNEX090512-DR 1.2 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

FMDO3 Kr: 60° 0

Stock Dimensions [mm] Inserts
. - .

Article s R 1L o0 oD, o ) . Teeth | Coupling l>o.<|
FMDO03-100-B32-LN20-05 o 100 129 32 63 12 5 B 3.02
FMDO03-125-B40-LN20-06 ° 125 153 40 63 12 6 B 4.5
FMDO03-160-C40-LN20-08 ° 160 187 40 63 12 8 C 6.9
FMDO03-160-C40-LN20-09 o 160 187 40 63 12 9 C 6.7 LNKT2007-ZR
FMDO03-200-C60-LN20-10 ° 200 227 60 70 12 10 C 10.5
FMDO03-250-C60-LN20-12 ° 250 276 60 70 12 12 C 13.4
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 C 6.9
FMDO03-200-C60-LN25-08 ° 200 229 60 70 16 8 C 10.5
FMDO03-250-C60-LN25-10 ° 250 278 60 70 16 10 C 16.7 HNKT2510-2R
FMDO03-315-D60-LN25-12 o o 315 346 60 80 16 12 D 27.3
FMDO03-400-D60-LN25-16 o o 400 427 60 80 16 16 D 47.1

® Ex stock

% With internal cooling

Spare parts

0 On demand

B72

Insert LNKT2007-ZR LNKT2510-ZR
oD 100-315 125-400
v Screw (insert) 160M4x15 160M5x17
(3.4Nm) (6.7 Nm)
WP | screw (shim) 160M3x7 I60M3.5%10.4
é Shim LLN20R-ZR LLN25R-ZR
A | Wrench (shim) WT09IS WT15IS
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312



racemiling INdexable milling

Milling inserts

O lIde

al machining conditions

€3 Normal machining conditions
€% Unfavourable machining conditions

LNKT L S d
20 07 20 7.94 4.6
2510 20 9.525 55

LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBHe BH DBk HPDBHE OO O
{4 M| DBHHDBSE DROOLDBHRBOO O
'-W--—-@—— odi Fird [ K XL 0
2 ~
L S S S < O% HBH &S
H O St
N.—‘—m'_‘;ENNmm-—NNNmLﬂEonN‘— 8
1SO W ISRAdmL BR8N IINIQAQ2R |2 |55
UUU=SZ=Z2000IZ0 0000000 nYuY O - N
[ea e g e e e R e e e R aa | lfa JiYaa JYaa MY aa W a'a Jia'a QY o'a WY 'a WY c'a MY c'a MY 'a N 2 |l 9=t = (alya)
SES>SS>S>S>SS>F >SS >>>>>>> > > > >
LNKT2007DN-ZR 17 ° ° o °
L‘O"‘I LNKT2510-ZR 18 o o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mi"ing Face milling

Face milling

FMEO2 Kr:75° 0

D1 |

()]
=
=

5
=

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' o0 | oD, | od | L | apm a
FME02-050-A22-SP12-04 ° 50 54 22 40 6 4 A 0.3
FME02-063-A22-SP12-05 ° 63 66 22 50 6 5 A 0.6
FME02-080-A27-SP12-06 ° 80 83 27 50 6 6 A 0.9 SPKT1204
C . SPKW1204
FME02-100-B32-SP12-07 ° 100 103 32 50 6 7 B 1.4
FMEO02-125-B40-SP12-08 ° 125 128 40 63 6 8 B 2.5
® Ex stock © On demand
o *¢ With internal cooling
c
=
O
Spare parts
Insert SPKT1204
SPKW1204
@D 50-125
) 160M5x13.2
v Screw (insert) 67Nm)
c
© O
g5
_g = /’ Wrench (insert) WT20IS
9 O
[}
.-
X
(3}
©
1=
System code ) B32 Gradeselection) B31 Technical info ) B617 Cutting data ) B312
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racemiling INdexable milling

O  Ideal machining conditions SPKW L I.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.56
MiIIing inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBROBR SBD DB BB OO0 |O
) — M| DBBHBE DROODBHREO0O O
aic|, : 3
~ Q — K SR o
] edf
: * N E o8
i/h\\ZS °
e M= S @& o OoOH BB D &
oo\l L NV
H O S
150 228403 8582 SSRSSRRg282 2 55
OU0==200Q0Z0U00URVLURAVAVL |U =&
[ea e R o W a N e R ~a i va W aa R o | lf=a N aa R o'a R a'a B o'a a'a WY o'a N a'a WY 'a W2 W' R a2} e =z [alya)
S>>>>>5>5>>>>>>5>>>>>>>>> > |>>
SPKW1204EDFR o
a SPKW1204EDSR [}
\— 4
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
O Ideal machining conditions SPKT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 556
Milling inserts €%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5BROBR 8D B BB OO0 O
M| BHHB8 DROODHRREOO |O
K AR @)
N &8 A
S & a3 OoOH DBL O &
H O S
N =M= = NN Mmm—ao NN mquoN | = =
150 S22008 082S SRSRSRNER]E 2 55
OUU0==200Q0I0U00URVURAVAVLY | =&
[Sa el ea e N e e a i aa i aa f o' W aa e WY aa i a'a s a Wi a'a B a'a B a'a Wi 'a Wi a'a B 'a I~ =z [ala)
S>>>>5>55>>>>>>>>>>>>>> > |>>
ﬁ SPKT1204EDR o

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

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling race milling
Face milling
FMEO3 Kr:75° 6
B =y
e a ,
Q | D1 |
P % “
B -
Y
L LT
" |ed
D
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R|L @D @D, od L Ap max —
FMEO03-080-A27-SP12-04 o 80 84 27 50 6 4 A 1.1
FMEO03-100-B32-SP12-06 ° 100 104 32 50 6 6 B 1.9
FMEO03-125-B40-SP12-08 o o 125 129 40 63 6 8 B 3.5 SPKN1203
FMEO03-160-B40-SP12-10 ° 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 [} 250 253 60 63 6 16 C 13.8
FMEO03-315-D60-SP12-20 o 315 318 60 70 6 20 D 23.5
FMEO03-080-A27-SP15-04 o o 80 84 27 50 8 4 A 1
FMEO03-100-B27-SP15-06 o 100 104 27 50 8 6 B 1.8
FMEO03-125-B40-SP15-08 e O 125 129 40 63 8 8 B 33 SPKN1504
FMEO03-160-B40-SP15-10 o o 160 164 40 63 8 10 B 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 o0 On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B76



racemiling INdexable milling

Spare parts

SPKN1203 SPKN1203 SPKN1504
Insert SPKR1203 SPKR1203 SPKR1504
SPEX1203 SPEX1203 SPEX1504
@D 80-100 125-315 80-315
@@ | Adustable LOMSX15.1 LOMSx15.1 LOMSX15.1
screw
@ Cassette (left) LSP12L LSP12L LSP15L
@ Cassette (right) LSP12R LSP12R LSP15R m
w Screw (wedge) WM8x17 WM8x22 WM8x22
e Wedge (left) WO04L WO04L WO04L
er g 3
&/ | Wedge (right) WO4R WO04R WO04R ’
P Wre“f:r)('oca' WT20T WT20T WT20T
) Wrench WT25T WT25T WT25T
(wedge)
O Ideal machining conditions SPKN L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts §%  Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35558 SO G SBHBe OO0 |O
S M| DD DO HBHBRBOO O
K SeL R @)
N &8 S
S CCICX OB BB © €&
H O &S
N.—.—Q;;NNMM-—NNNMmUIwONmN\— H
IS0 be |bs SRLAIDLERE2S2INSRIITRQLALE |2 |55
UUUZS=2Z2000TVVVUYUVUYUYaUVUnYY ) = N
[ea e R ea R N R aa W aa i aa M aa f o W aa e WY a'a i a'a s a Wi a'a R a'a W a'a Wi 'a Wi a'a B 'a I~ =z [ala)
SES>>S>>>>>>>>>>>>>>>>>> |> |>>
SPKN1203EDFL 1 |14 °
SPKN1203EDFR 1 |14 o °
SPKN1203EDSKL 1 (14
SPKN1203EDSKR 1 (14 o o o °
SPKN1203EDTKR 1 (14 o
\ 4
SPKN1504EDFL 1 (14 o
SPKN1504EDS32PR 1 114 o
SPKN1504EDSKR 1 |14 o ° °
SPKN1504EDTKR 1 (14
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions SPKR L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts €% Unfavourable machining conditions 15 04 | 15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3B3 HBDBRE BD Dk HPHBHE OO O
S M| S83D5E3 DRDBHPHBBOO O
K ST @)
N St StEC
S I O% BB & €3
H O St
3] NN onm o NN & o~ o 2
N — — = IS — n in — —
IS0 be |bs| S22 HRBLRRBE2SI3SS838182 2 |55
VUU=SZ=ZZ2000ITVV0VUVWULUYYnVY 9 =
[ R e N e s i s N o ) lfoaliaa B ca Mifaa B oa ifa'a B ca Mifaa W c'a Wi a'a B a B e} b= =z [alya)
S>E>>>S>>>>>>>>>>>>>>>>> |5 |>>
=== | SPKR1203EDL-GM 1 114 o
| | | SPKR1203EDR-GM 1 |14 °
V 3
=== | SPKR1504EDR-GM 1 |14 o o
SPKR1203EDR 1T (14 o
\ 4
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMEO4 Kr:75° 0

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling
‘ o0 | oD, | od | L | ayme | O |
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
FME04-250-C60-LN15-12 250 257 60 70 10 12 C 134
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert LNKT1506-ZR
@D 125-315
X 160M4x12
v Screw (insert) (34Nm)
W | screw (shim) 160M3x7
& Shim LLN15-ZR o |
>
| Wrench (shim) WT09IS
/’ Wrench (insert) WT15IS
Technical info B617 Cutting data B312
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Indexable mllling Face milling

Milling inserts

O Ideal machining conditions
€3 Normal machining conditions

§% Unfavourable machining conditions

LNKT

15 06

15.875| 6.35 4.6

LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
] M| ©5582 OROOBDBOBRROO O
T T T
'-W--——@—— odi Fitd K on® o
—I—k\l
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LNKT1506EN-ZR 14 o e 0o 0 o
Lo
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FME17 Kr:75° 0

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
"IR|L| @0 | @D, | od | L | aym i
FME17-050-A22-SN12-04C X o o 50 60 22 40 8 4 A 0.361
FME17-050-A22-SN12-05C e 50 60 22 40 8 5 A 0.337
FME17-063-A22-SN12-05C K o o 63 73 22 50 8 5 A 0.52
FME17-063-A22-SN12-07C e 63 73 22 50 8 7 A 0.53
FME17-080-A27-SN12-06C Sk e o 80 90 27 63 8 6 A 1.101
FME17-080-A27-SN12-09C ke 80 920 27 63 8 9 A 1.112
FME17-100-A32-SN12-08C Sk e o 100 110 32 63 8 8 A 1.663
FME17-100-A32-SN12-11C e 100 110 32 63 8 11 A 1.577
SNGX1205ENN
FME17-125-B40-SN12-10 e O 125 135 40 63 8 10 B 3.099
FME17-125-B40-SN12-14 ° 125 170 40 63 8 14 B 3.145
FME17-160-C40-SN12-12 e O 160 170 40 63 8 12 C 4.535
FME17-160-C40-SN12-18 ° 160 210 40 63 8 20 C 4.647
FME17-200-C60-SN12-14 o o 200 210 60 63 8 18 C 6.45
FME17-200-C60-SN12-22 o 200 215 60 63 8 22 C 6.552
FME17-250-C60-SN12-18 o 250 260 60 63 8 18 C 12.98
FME17-315-D60-SN12-22 o 315 325 60 80 8 22 D 21.98
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SNGX1205ENN SNGX1205ENN SNGX1205ENN
@D 50-75 80-180 200-400

. IRM4x10 IRM4x10 IRM4x10 %
W | Screw (insert) (3.4 Nm) (3.4 Nm) (3.4 Nm) i
/ Wrench (insert) WT15IP
/ Wrench (insert) WT15IS
) Wrench (insert) WT15IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O  Ideal machining conditions SNMX L 1.C S d
& Normal machining conditions 1205 | 127 | 127 6.5 5.9
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
r P 3HBBHBDBE BD DBk HPHBHE OO0 O
o1C ,\ M| DBRHDBBR DRDBHPHBBOO O
' g K DB @
(%]
N St StEC
*“E‘”'” S CCT K O% BB & €3
90°
H O St
~ M — — N N M m o NN n }1 o~ o= ‘L—)
IS0 r1S228882888223585383332 |2 |53
JO0U=S==S00Q0Z000U0AVLOURVAVILY U =&
[ R e N s i e s N ea ) oo liaa B ca Mifaa B oa ifa'a e Mifaa W o Wi a'a B a B e} b= =z [alya)
S>E>>>5S>>>>>>>>>>>>>>>> |5 |>>
SNMX120512-GH 1.2 () °
SNMX120512-GM 1.2 () )
[T—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions SNGX L 1.C S d
€3 Normal machining conditions 1205 | 12.7 | 127 6.5 59
Milling inserts £%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR @)
N St €D S8
S CCICK O BB O €
H O S
Ne— =M= =N mm—aoo N mquoN | = E
IS0 r 223 REBLRRBSSSNIIINI2R2 |2 |55
JUOU==200QZ0000UAVLRVAVIY (U =&
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SNGX1205ENN-GH 0.8 ° °
= SNGX1205ENN-GL 0.8 °
SNGX1205ENN-GM 0.8 o ° °
M
=
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SNGX L 1.C S d
&5 Normal machining conditions 12 05 13,7 12,7 4,8 59
Milling inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° 90° P SBHB30DBH BH ® DB 00 O
' glc M| O800% 08 9008200 O
_ d K SRR @)
N D D 9%
S LI OB BB G %
H O D
Ne—=c— M= NN mMmme—an L~ m% o~ | = E
IS0 bs | r S 238Q8@0KRSEScSe 882828 n |0 5o
JO0U=S=S000Z0000Aduuldulauy (U =&
[~ R A R a N a2 R va e i a i ~a laa R aa Biaa S aa Jifa'a B oa BiYa'a WY WY a'a N s B 2} b= =z [alya)
S>> >>>>>>>>>>5 |5 |>>
SNGX1205ENN-W 4,69 1,2 °

® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling
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od
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Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
"IRIL| o0 | od L | apme
—
FMP01-080-A27-TP22-04 ° 80 27 50 18 4 A 1.2
FMP01-100-B32-TP22-06 ° 100 32 50 18 6 B 1.7
FMPO01-125-B40-TP22-08 e O 125 40 63 18 8 B 3.2
FMP01-160-B40-TP22-10 e O 160 40 63 18 10 B 5.1 TPKN2204
FMP01-200-C60-TP22-12 e O 200 60 63 18 12 C 74
FMP01-250-C60-TP22-16 o o 250 60 63 18 16 C 12.3
FMP01-315-D60-TP22-20 o o 315 60 70 18 20 D 21.9
® Ex stock o On demand
* With internal cooling
Spare parts
Insert TPKN2204 TPKN2204
oD 80-100 125-315
B | Adustable LOMS5x15.1 LOMS5x15.1
screw
@ | Cassette (left) LTPALT LTPAL
@ | Cassette (right) LTP4R1 LTP4R
w Screw (wedge) WM8x17 WM8x22
&/ | Wedge (eft) WoaL Wo4L
&/ | Wedge (ight WO4R WO4R
) Wrench (loca- WT20T WT20T
tor)
N | Wrench WT25T WT25T
(wedge)
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 22 04 22 12.7 4.76
MiIIing inserts §%  Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
i N &8 X
S LI < O&% HBH & &
H O B
N——mEENNMMFNNNmmUIﬁonNE E
ISO be |bs|an |2 R dD 2 ARE22RAIIIIRILLE |= |55
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
TPKN2204PDFR 14 10.7|11° o °
TPKN2204PDS32PR 14 10.7|11° o o
TPKN2204PDSKL 14 10.7|11° o
\— TPKN2204PDSKR 14 10.7|11° ° ° ° o °
TPKN2204PDSKRX o o
TPKN2204PDTKR 14 10.7|11° o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling
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E Dimensions [mm] Inserts
. - .
Article sz | Stock o0 o ) . Teeth Coupling P
A ____4
FMP02-050-A22-SE09-05 ° 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C S ° 50 22 40 6.7 5 A 0.3
C FMP02-063-A22-SE09-06 ° 63 22 40 6.7 6 A 0.5
FMP02-063-A22-SE09-06C X ° 63 22 40 6.7 6 A 0.5
FMP02-080-A27-SE09-08 ° 80 27 50 6.7 8 A 0.9
FMP02-100-B32-SE09-08 o 100 32 50 6.7 8 B 1.7 SEETO9T
o FMP02-100-B32-SE09-10 o 100 32 50 6.7 10 B 1.7
= FMP02-100-B32-SE09-10C S o 100 32 50 6.7 10 B 1.7
E FMP02-125-B40-SE09-12 ° 125 40 63 6.7 12 B 2.6
FMP02-125-B40-SE09-12C X o 125 40 63 6.7 12 B 2.6
FMP02-050-A22-SE12-03 o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-03C R S o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 B ° 50 22 40 10.8 4 A 0.3
D FMP02-050-A22-SE12-04C X ° 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-05 ° 50 22 40 10.8 5 A 0.2
FMP02-050-A22-SE12-05C R S o 50 22 40 10.8 5 A 0.2
- FMP02-063-A22-SE12-04 B o 63 22 40 10.8 4 A 0.4
E 8 FMP02-063-A22-SE12-05 ° 63 22 40 10.8 5 A 0.4
E g FMP02-063-A22-SE12-05C x ° 63 22 40 10.8 5 A 0.4
E :g FMP02-063-A22-SE12-06 B ° 63 22 40 10.8 6 A 0.4 SEET1203
- FMP02-063-A22-SE12-06C x o 63 22 40 10.8 6 A 0.4
FMP02-080-A27-SE12-04 o 80 27 50 10.8 4 A 0.9
FMP02-080-A27-SE12-06 ° 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-06C b ° 80 27 50 10.8 6 A 0.8
E FMP02-080-A27-SE12-08 ° 80 27 50 10.8 8 A 0.8
FMP02-080-A27-SE12-08C S o 80 27 50 10.8 8 A 0.8
FMP02-100-B32-SE12:05 ° 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12:07 ° 100 32 50 10.8 7 B 1.2
& FMP02-100-B32-SE12-07C x o 100 32 50 10.8 7 B 1.2
E ® Ex stock o On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Dimensions [mm] Inserts
Article sie | Stock Teeth Coupling
' @D od L Ap max ' <D !
A
FMP02-100-B32-SE12-10 [ 100 32 50 10.8 10 B 1.2
FMP02-100-B32-SE12-10C S o 100 32 50 10.8 10 B 1.2
FMP02-125-B40-SE12-06 o 125 40 63 10.8 6 B 3.1
FMP02-125-B40-SE12-08 ° 125 40 63 10.8 8 B
FMP02-125-B40-SE12-08C *® o 125 40 63 10.8 8 B
FMPO02-125-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 C 3.9
FMP02-250-C60-SE12-12 o 250 60 63 10.8 12 C 1.1
FMP02-250-C60-SE12-18 ° 250 60 63 10.8 18 C 10.9
FMP02-315-D60-SE12-24 o 315 60 63 10.8 24 D 21.6
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert SEET09T3 SEET1203 SEET1203
@D 50-125 50 63-315
w Screw (insert) 160M3x7 160M3.5%10 160M3.5x12
(1.8 Nm) (2.7 Nm) (2.7 Nm)
PO | screw (shim) SM5X7XA
N Shim S12BSX
——
( Wrench (shim) WH35L
/’ Wrench (insert) WTO09IS WT15IS WT15IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions SEET L 1.C S d
€5 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 3.3
Milling inserts €2 Unfavourable machining conditions 12 03 |13.308/13308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBOBRROO O
K SR @)
N St DR
S CCIE X O&% S & €
H O B
NF—mEENNmmFNNNmmEONmN‘— E
ISO rRRSddn 2 RE22RNIRIIRIANE |2 |58
VUU=2=22000IT000VU00nUYYnYY 9 =
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
SEETO9T308PER-APF 0.8 o o0 °
«© SEET120308PER-APF 0.8 e} o o0 )
A4
SEET09T308PER-APM 0.8 o o0 °
1
|‘ ) SEET120308PER-APM 0.8 o o ee o
—
SEETO9T308PER-APR 0.8 o ® O
l‘ © | SEET120308PER-APR 0.8 o o oo
A 4
SEET120308-LH 0.8 o °
()
—
SEETO9T308PER-PF 0.8 o
«© SEET120308PER-PF 0.8 |o
A4
| SEETO9T308PER-PM 0.8 o o
|
€ . | SEET120308PER-PM 08 |o oo o oo o
——
SEETO9T308PER-PR 0.8 o o
'/,‘ . | SEET120308PER-PR 08 | o o0 o0 o o
——
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMPO3 Kr:89° 0 0

Stock Dimensions [mm] Inserts
. - .

Article sl R L o0 o ) . Teeth | Coupling l’o.ql
FMP03-050-A22-LN12-04C X e 50 22 40 7 4 A 0.3
FMP03-050-A22-LN12-05C ® o 50 22 40 7 5 A 0.3
FMP03-063-A22-LN12-05C K e 63 22 40 7 5 A 0.5
FMP03-063-A27-LN12-05C * o 63 27 50 7 5 A 0.64
FMP03-063-A22-LN12-06C * o 63 22 40 7 6 A 0.5
FMP03-063-A27-LN12-06C ke 63 27 50 7 6 A 0.65 LNKTT20608-2R
FMP03-063-A27-LN12-07C X o 63 27 50 7 7 A 0.64
FMP03-080-A27-LN12-06C Kooe 80 27 50 7 6 A 1
FMP03-080-A27-LN12-07C * o 80 27 50 7 7 A 1
FMP03-100-B32-LN12-06 [} 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 ° 125 40 63 12 6 B ;o
FMP03-160-C40-LN15-08 ° 160 40 63 12 8 @ 5.1
FMP03-160-C40-LN15-09 o 160 40 63 12 9 C
FMP03-200-C60-LN15-10 ° 200 60 70 12 10 C 7.5 LNKTTS0GEN-ZR
FMP03-250-C60-LN15-12 o 250 60 70 12 12 C 12.2
FMP03-250-C60-LN15-13 o 250 60 70 12 13 C
FMP03-125-B40-LN20-06 ¢} 125 40 63 16 6 B el
FMP03-160-C40-LN20-08 ° 160 40 63 16 8 C 53
FMP03-200-C60-LN20-10 ° 200 60 70 16 10 @ 8.8 LNKT2007DN-ZR
FMP03-200-C60-LN20-11 o 200 60 70 16 11 C
FMP03-315-D60-LN20-15 o 315 60 80 16 15 D 239
FMP03-125-B40-LN25-05 o 125 40 63 20 5 B 3
FMP03-160-C40-LN25-06 o o 160 40 63 20 6 @ 5.1
FMP03-200-C60-LN25-08 o 200 60 70 20 8 C 8.9 LNKT2510-ZR
FMP03-250-C60-LN25-10 e o 250 60 70 20 10 @ 12
FMP03-315-D60-LN25-12 o o 315 60 80 20 12 D 219

® Ex stock 0 On demand
> With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Spare parts

Insert LNKT120608-ZR | LNKT1506EN-ZR | LNKT2007DN-ZR| LNKT2510-ZR
@D 50-100 125-315 125-315 125-315
w Screw (insert) 160M4x12 160M4x12 160M4x15 160M5x%17
(3.4 Nm) (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
) Wrench (insert) WT20IT
LNKT L S d
12 06 12.7 6.65 4.4
O  Ideal machining conditions 1506 |15875| 6.35 4.6
€3 Normal machining conditions 20 07 20 7.94 4.6
MI"Ing inserts €% Unfavourable machining conditions 25 10 20 9.525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | &SHBedbHBae 86 Sk SBHBe OO0 |O
oy M| DBRHDBER DGRBOBBHBROO |O
T b T
LW --—-@—— od} |4+ K BHBB ©
L
I
e N & o
L S S S X O®B DB O €3
H O )
NF—mEENNMMFNNNmmuIﬁonN‘— E
IS0 W iISRJddd L RES2SRNSIITRIILALE |2 |33
VUU=Z=Z200Q0IZV0V0000nUYaUnVY Y] = N
[Sa e g ea e N e M aa R aa M aa f oa W a'a i a'a WY aa Y a'a Y a Wi a'a Wi 'a I a'a Wi a'a Wi a'a B 'a = Pz [alya)
S>> >>>>>>>>>> |5 |[>>
LNKT120608-ZR 12 | @ ° °
l}cs’] LNKT1506EN-ZR 14 o °o 0
LNKT2007DN-ZR 17 ° ° °
LNKT2510-ZR 18 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMP06 Kr: 88° 0 0

2D1

I T1
2d
C
Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling i A
' o0 | oD, | od | L | apm JL
FMP06-050-A16-SN12-04 ° 513 513 16 40 9.8 4 A 0.51
FMP06-063-A22-SN12-06 o 643 643 22 40 9.8 6 A 0.55
FMP06-080-A27-SN12-08 o 81.3 81.3 27 40 9.8 8 A 1.1
FMP06-100-A32-SN12-10 o 101.3 1013 32 50 9.8 10 A 1.4
SN*¥1204
FMP06-125-B40-SN12-12 o 1263 1263 40 63 9.8 12 B 32
FMP06-160-C40-SN12-14 o 1613 1613 40 63 9.8 14 C 4
FMP06-200-C60-SN12-16 o 201.2 201.2 60 63 9.8 16 C 6.5
FMP06-250-C60-SN12-18 o 2512 2512 60 63 9.8 18 C 11.5
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert SN*¥*1204
@D 50-250
X 160M4x10
v Screw (insert) (34Nm)
) Wrench (insert) WT15IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312

Bo1

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling

Face milling

O Ideal machining conditions SNCU L 1.C S d
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 4.68
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBOBRROO O
K SR @)
N St DR
S CCIE X O&% S & €
H O B
NF—mEENNmmFNNNmmEONmN‘— E
ISO rbsRRLIdALARIS2ERAIRIITRLAE |2 55
VUU=2=22000IT000VU00nUYYnYY 9 =
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SNCU120412-CF 1.2 |15]0 [ole) o
SNCU120412-CM 12 [15|0 o o
SNCU120420-W 4 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SNGA L 1.C S d
&5  Normal machining conditions 12 04 12,7 12,7 4,76 5,16
MiIIing inserts &% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) CN | CM
P & St &8
M S
K S O @)
N
S & O
H @)
m N I o =3
IS0 rbs|Q g nig o S |8
&} = [alia) (©) = =
s} ) o @ @ z =
> > > > > o o
SNGA120404T02020 04| - o
- SNGA120408502020 08| -
SNGA120408T02020 08| - o o
SNGA120412T02020 12 - o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling
FMP0O6 Kr: 88° 0 0

w W . %o o =
-\ -

Rt
|

@D1

i @D1 o

“ppo

C
Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling i
' o0 | @D, | od | L | agm @
FMP06-063-A22-SN12-08 ° 643 643 22 50 9.8 8 A 0.5
FMP06-080-A27-SN12-11 ° 813 813 27 50 9.8 1 A 1.2
FMP06-100-A32-SN12-14 ° 101.3 1013 32 50 9.8 14 A 1.8
FMP06-125-B40-SN12-18 ° 1263 1263 40 63 9.8 18 B 3.5 SN**1204
FMP06-160-C40-SN12-22 ° 161.3 161.3 40 63 9.8 22 C 4.7
FMP06-200-C60-SN12-28 o 201.2  201.2 60 63 9.8 28 C 6.6
FMP06-250-C60-SN12-36 o 2512 2512 60 63 9.8 36 C 13
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SN*¥*1204
oD 63-250
DM6x20A

@ Screw (wedge) ZONm)

(] Wedge W18N

) Wrench (insert) WT15IT

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Face milling

O Ideal machining conditions SNCU L 1.C S d
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 4.68
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBOBRROO O
K SR @)
N St DR
S CCIE X O&% S & €
H O B
NF—mEENNmmFNNNmmEONmN‘— E
IS0 rbsRRLIdALARIS2ERAIRIITRLAE |2 55
VUU=2=22000IT000VU00nUYYnYY ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
SNCU120412-CF 1.2 |15]0 [ole) o
SNCU120412-CM 12 [15|0 o o
SNCU120420-W 4 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SNGN L 1.C S d
& Normal machining conditions 1204 | 12,7 | 12,7 | 476 -
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) CN | CM
P & St &8
M S
K S O @)
N
S & O
H @)
o] oo o~ o =
IS0 rbs|Q g nig o S |8
9] = [alia) (©) = =
I ) o @ @ z =
> > > > o |0
SNGN120408502020 08| - o
SNGN120408T00520 08| - o
SNGN120408T02020 08| - °
SNGN120412T02020 12 - o
SNGN120416T02020 16| - o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMP12 Kr:90° 0 0

Dimensions [mm]

Inserts

. - .
Article sz | Stock o0 o _— Teeth Coupling ‘
FMP12-050-A22-WN06-05C £ o 50 22 57 5 A 0.55
FMP12-063-A22-WN06-06C N ° 63 22 57 6 A 0.45
FMP12-080-A27-WN06-07C £ [ 80 27 5.7 7 A 1
FMP12-100-B32-WNO06-09 ° 100 32 5.7 9 A 14 WNHU0604
FMP12-100-B32-WN06-09C £ ° 100 32 5.7 9 A 1.4
FMP12-125-B40-WN06-11C E o 125 40 5.7 11 B 34
FMP12-160-C40-WNO06-14 ° 160 40 57 14 C 5.4
FMP12-063-A22-WN08-04C b ° 63 22 7.7 4 A 0.39
FMP12-063-A22-WN08-05C £ [ 63 22 7.7 5 A 0.45
FMP12-080-A27-WN08-05C E ° 80 27 7.7 5 A 0.95
FMP12-100-B32-WNO08-06 ° 100 32 7.7 6 B 1.32
FMP12-100-B32-WNO08-06C b ° 100 32 7.7 6 B 1.32
FMP12-125-B40-WNO08-08C £ [ 125 40 7.7 8 B 33 WNHU0806
FMP12-160-C40-WNO08-10 ° 160 40 7.7 10 @ 5.2
FMP12-200-C60-WNO08-12 o 200 60 7.7 12 C 59
FMP12-250-C60-WNO08-14 o 250 60 7.7 14 C 123
FMP12-315-D60-WNO08-18 o 315 60 7.7 18 D 19.7
® Ex stock 0 On demand
< With internal cooling
Spare parts
Insert WNHU0604 WNHU0806
@D 50-315 50-315
v Screw (insert) 160M3%9 160M4x10
(1.8Nm) (3.4Nm)
/’ Wrench (insert) WTO09IS
) Wrench (insert) WT20IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O  Ideal machining conditions WNHU L 1.C S d
€5 Normal machining conditions 06 04 | 573 | 9.525 | 4704 | 3.5
Milling inserts §%  Unfavourable machining conditions 0806 | 776 | 127 | 632 | 44
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBHE BB B OBHBB OO0 |O
M| DHHDBE DBRDBOBDBHBROO |O
K DExaR @)
N &8 D
S S ECIE X O% BH & 9
\ \
H O St
N.—-—m;;NNMMFNNNmmEQNmN; E
ISO r b | QRRIAIAn2ERE2S2RRSRITIRILK= = |55
VUU=SZ=22000IZ0VVV00UYUaLVUNnUYY 9 =
[ea Qe R o R a N R ea il va W aa Ji o | lf=a e R o'a R a'a B o'a e a B 'a M a'a W 'a 2 W' R e} b= =z [alya)
SE>>>>>>>>>>>>>>>>>>>> |5 |>>
WNHUO060404PNR-GM 04 |1.35 ° ° °
WNHUO060408PNR-GM 0.8 |1.35 [ ° LI °
WNHU080608PNR-GM 08 | 1.6 ° ° o0 °
WNHU080616PNR-GM 16 | 1.6 ° °
i WNHU080608PNR-LH 1.6 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMP12 Kr:90° 0 0

@D (]:[) od
ap
— L. L
Dimensions [mm] Inserts
Article e | Stock Teeth
' @D od L, L 3p max ‘
FMP12-025-XP25-WN06-02C S o 25 25 30 100 57 2 0.34
FMP12-032-XP25-WN06-03C S o 32 25 40 120 57 3 0.42
WNHU0604
FMP12-040-XP32-WNO06-04C S o 40 32 40 140 5.7 4 0.81
FMP12-050-XP40-WNO06-05C sk o 50 40 40 169 5.7 5 1.51
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert WNHU0604
@D 25-50
. 160M3x9
v Screw (insert) (18Nm)
/
D
/’ Wrench (insert) WTO09IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions WNHU L 1.C d
€5 Normal machining conditions 06 04 | 573 | 9.525 | 4704 | 3.5
MiIIing inserts €% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRODBRE BO B OBHBB OO0 |O
M| DRODBEE DBROBOBBHBROO O
K SEELK @)
N St DR
S S CCI K O®B DB O 3
H O )
NF—mE;NNmmFNNNmmEONmNF E
IS0 ribs IRRIIID2ORE22RNIRIITRIAQE |2 |58
UUUZSZ=2Z2000TVUV0VUYUVNUYUnYY ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
WNHU060404PNR-GM 04 |1.35 ° ° )
‘ WNHU060408PNR-GM 08 |1.35 . oo oo .
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

FMP17 Kr: 88° 0 0

[%)s]

- ——
C D
Stock Dimensions [mm] Inserts
. - .

Article sl R L o0 o ) . Teeth | Coupling i
FMP17-050-A22-SN12-04C o o 50 22 40 10.5 4 A 0.296
FMP17-050-A22-SN12-05C Kooe 50 22 40 10.5 5 A 0.288
FMP17-063-A22-SN12-05C X e o 63 22 50 10.5 5 A 0.462
FMP17-063-A22-SN12-07C e 63 22 50 10.5 7 A 0.466
FMP17-080-A27-SN12-07C Xk e o 80 27 63 10.5 7 A 1
FMP17-080-A27-SN12-09C e 80 27 63 10.5 9 A 1.02
FMP17-100-A32-SN12-08 o 100 32 63 10.5 8 A 1.577
FMP17-100-A32-SN12-08C e 100 32 63 10.5 8 A 1.577
FMP17-100-A32-SN12-11C R e 100 32 63 10.5 11 A 1.592
FMP17-125-B40-SN12-10 e O 125 40 63 10.5 10 B 3.043 SNGXT205
FMP17-125-B40-SN12-14 ° 125 40 63 10.5 14 B 3.033
FMP17-160-C40-SN12-12 e O 160 40 63 10.5 12 C 4.344
FMP17-160-C40-SN12-18 o 160 40 63 10.5 18 @ 4.431
FMP17-200-C60-SN12-14 ° 200 60 63 10.5 14 @ 6.552
FMP17-200-C60-SN12-22 o 200 60 63 10.5 22 C 6.711
FMP17-250-C60-SN12-18 o 250 60 63 10.5 18 C 13.025
FMP17-315-D60-SN12-22 o 315 60 80 10.5 22 D 21.935
FMP17-400-D60-SN12-28 o 400 60 80 10.5 28 D 41.661

® Ex stock o On demand
> With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Spare parts

Insert SNGX1205 SNGX1205 SNGX1205
@D 50-63 80-180 200-400
w Screw (insert) IRM4x10 IRM4x10 IRM4x10
(3.4 Nm) (3.4 Nm) (3.4 Nm)
/ Wrench (insert) WT15IP
/’ Wrench (insert) WT15IS
) Wrench (insert) WT15IT

O  Ideal machining conditions SNGX L 1.C S d
€3 Normal machining conditions 1205 | 127 | 12.7 6.5 5.9
MiIIing inserts €% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B3BDBHE BD Bk BBHBB OO0 |O
M| DHEHDBE GROOBBHBROO |O
K SPE R @)
N St D e
S CCIE O&% DL &
H O St
M — — T =
r 9838082588558 88888803 b 5o
JUOU=S=200QZ000UAVLRVAVY U =&
[ea e R e e R e R e i e e R e | f~a liaa Jiaa MiYaa Ba'a MiYa a QY o'a Ny o'a R c'a MY a'a MY c'a N 2 | Pt zZ (alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>=>
SNGX1205PNN-GH 1.2 ° °
SNGX1205PNN-GL 1.2 ) °
’ ; SNGX1205PNN-GM 1.2 ° ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B100



racemiling INdexable milling

O  Ideal machining conditions SNMX L 1.C S d
€3 Normal machining conditions 1205 | 127 | 127 6.5 59
Milling inserts £%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR o
N St €D S8
S CCICK O BB O €
H O S
Ne— =M= =N mm—aoo N mquoN o= E
IS0 rRR8d488085822858s8882482 2 |55
JUOU==200QZ0000UAVLRVAVIY (U =&
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SNMX120512-GH 1.2 ° °
SNMX120512-GM 1.2 ° °
M
=
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
O Ideal machining conditions SNGX L 1.C S d
€3 Normal machining conditions 1205 | 12,86 | 12,7 4,8 5,9
M||||ng inserts £%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P 0SB bHBs SO ® S8H 00 O
-
M| DBHRHDBSH Dee HPRHBRBOO O
o K SR @)
N ) & S
S CCICK o8B BB © €&
H O B
N-—\—m‘_FNNmm‘—NmNmma:\onN‘— 'L—)
150 bs | r [RRYALMLNRE2SS5233338K2 |2 |55
OU00U===00Q0Z0000ARAVOURIVAVIY (U =&
[ e N e N e R va i va R ca i ea ) laaliaa i aa Mia'a Y aa Wifa'a i o BiYa'a WY e Wifa'a WY Wi a2} et =z [alya)
S>E>>>S>>>>>>>>>>>>>>>>5 |5 |>>
SNGX1205PNN-W 4,26 1,2 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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IMPORTANT INFORMATION

Notes on using the FMWX series

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

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

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

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

B103
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Face milling

FMWX 0

Screw Clamping

Dimensions [mm] Inserts
Article sie | Stock Teeth Coupling =
' @D, | od L | 2y e =
FMWX-050-A22-XE12-04C x o 46 22 40 0.1 4 A 0.3
FMWX-063-A27-XE12-04C S o 59 27 40 0.1 4 A 0.5
FMWX-080-A27-XE12-04C b o 76 27 50 0.1 4 A 1 XEEC1209
FMWX-100-B32-XE12-06C x 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 o On demand
*< With internal cooling
Spare parts
Insert XEEC1209
@D 50-125
A | screw (insert) WT15IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B104 >



racemiling INdexable milling

Milling inserts

Ideal machining conditions

€3 Normal machining conditions
§%  Unfavourable machining conditions

XEEC

12 09

12.7 4.76 4.4

XE** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
bs P B35 DBHs SBH D& SPHBHE OO0 O
- — ad M| OHOOHEe OCROODBOBRROO O
- N
'@‘ IAEEAI K DEp @)
L S CEECK O&% HBH & &
H O 8
N——mEENNmmFNNNmmuIﬁonN‘_ E
IS0 bs I RRLITIA2ARE2SRARISRIRIAE |2 |85
UUU=Z=22000IT000VU00nUYaYnYl 9 =
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
XEEC120904 73 ° o
=
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B31 Technical info B617 Cutting data B312
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Dimensions [mm] Inserts
Article sz | Stock Teeth
' R | o0 | od L, L | 2 @
FMRO01-025-XP20-RC10-02 o 5 25 20 30 100 5 2 0.2
FMR01-025-XP20-RC10-02C S o 5 25 20 30 100 5 2 0.2
RCKT10T3
FMRO01-032-XP25-RC10-02 [} 5 32 25 35 120 5 2 0.5
FMR01-032-XP25-RC10-02C sk [] 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 ° 6 40 32 40 120 6 3 0.7
FMRO01-040-XP32-RC12-03C sk [ 6 40 32 40 120 6 3 0.7 RCKT1204
: RCGX1204
FMRO01-050-XP32-RC12-03 ° 6 50 32 40 120 6 3 0.8
® Ex stock o On demand
* With internal cooling
Spare parts
RCKT1204
Insert RCKT10T3 RCGX1204
oD 25-32 40-50
v Screw (insert) 160M4x8.4 160M3.5%10
(3.4 Nm) (2.7 Nm)
| Wrench (insert) WT155 WT155
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
B106 ‘



racemiling INdexable milling

O  Ideal machining conditions RCKT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts £%  Unfavourable machining conditions 12 04 12 476 4
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs BH D& HPHBHE OO0 O
M| OHOOHEe OROODBORROO O
K SR o
N St D &
S CEEK O&% HBH & &
H O B
N——mEENNmmFNNNmmuIﬁonN‘_ E
IS0 SRIVIDLARIE2SRANIIINRINE |2 55
UUU=Z=22000IT000VU00nUYaYnYl ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
RCKT10T3MO-DM o e} ® O
\0’ RCKT1204MO-DM o O ® O o ® O
4 RCKT1204MO-DR o o o e e} ® O
p- 9 RCKT1204MO-ER () ¢}
RCKT10T3MO-MM o
f__(\‘ RCKT10T3MO-NM o o
@ RCKT1204MO-NM ce o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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O Ideal machining conditions RCGX 1.C S d
€3 Normal machining conditions 12 04 12 4.76
Milling inserts €% Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P |5HBROHBE 8D Dk HPHBHE OO O
BI.C e M| S8H0H BBSBBBHBBO0 O
: gd]:"'i K OBB o
N &8 StEC
—
L S I O% BB & €3
H O St
N\—.—mEENNMM‘—NNNmmlJIﬁonN; t‘—‘)
1SO RRININL2ARESSRAIRIIIRZ]= |= |55
VUU=SZ=ZZ2000ITVV0VUVWULUYYnVY 9 =
[ R e N e s i s N o ) lfoaliaa B ca Mifaa B oa ifa'a B ca Mifaa W c'a Wi a'a B a B e} b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>|> > > >
O RCGX1204MO-LH °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
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Face milling

Indexable milling

Face milling

A A R

C
Stock Dimensions [mm] Inserts
. . .

Article sk R L " o0 o ) . Teeth | Coupling @
FMR02-040-A16-RC12-04C K e 6 40 16 40 6 4 A 0.16
FMR02-042-A16-RC12-04C ko 6 42 16 40 6 4 A 0.17
FMR02-050-A22-RC12-05C K e 6 50 22 40 6 5 A 0.7
FMR02-050-A22-RC12-06C ko 6 50 22 40 6 6 A 0.7
FMRO02-052-A22-RC12-05C K e 6 52 22 40 6 5 A 0.7
FMR02-063-A22-RC12-04 o 6 63 22 40 6 4 A 07 RCGX1204
FMR02-063-A22-RC12-05C L 6 63 22 40 6 5 A 0.7 RIECMKJJ12§; 4
FMR02-063-A22-RC12-06 ° 6 63 22 40 6 6 A 0.7
FMR02-063-A22-RC12-06C L ) 6 63 22 40 6 6 A 0.7
FMR02-080-A27-RC12-07C ooe 6 80 27 50 6 7 B 0.7
FMRO02-100-B32-RC12-08 o 6 100 32 50 10 8 B 1.26
FMR02-100-B32-RC12-08C e 6 100 32 50 6 8 B 0.89
FMR02-063-A22-RC16-04 ° 8 63 22 40 8 4 A YA
FMR02-063-A22-RC16-04C ko 8 63 22 40 8 4 A 0.7
FMR02-063-A22-RC16-05C ® o 8 63 22 40 8 5 A 0.7
FMR02-066-A27-RC16-05C(FB) ->-I< ° 8 66 27 50 8 5 A 0.5
FMR02-080-A27-RC16-07C ->-X< o 8 80 27 50 10 7 A 0.87
FMR02-080-B27-RC16-05 ° 8 80 27 50 8 5 B 0.7
FMR02-080-B27-RC16-07 o 8 80 27 50 8 7 B 0.7
FMRO02-100-B32-RC16-06 ° 8 100 32 63 8 6 B 1.2 RCKT1606
FMR02-100-A32-RC16-06C 3k 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
FMRO02-136-B40-RC16-07C 3-:5 [} 136 40 63 8 7 B
FMR02-140-C40-RC16-08 o 8 140 40 63 8 8 @ 1.48
FMR02-160-B40-RC16-10(FB) ¢} 160 40 63 8 10 B 3.94
FMR02-200-C60-RC16-12(FB) ° 200 60 63 8 12 C 54
FMR02-063-A22-RC20-04 o 63 22 40 10 4 A 0553
FMR02-080-A27-RC20-04 ° 10 80 27 50 10 4 A 0.7 RCKT2006

® Ex stock © On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Stock Dimensions [mm] Inserts
Article sl Teeth | Coupling
“IRIL| R | @D | od L | 2pme @
FMRO02-080-A27-RC20-04C(FB) X e 10 80 27 50 10 4 A 0.7
FMRO02-080-A27-RC20-05C e 10 80 27 50 10 5 A 0.65
FMRO02-080-A27-RC20-06C XK o o 10 80 27 50 10 6 A 0.64
FMRO02-100-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
FMRO02-100-A32-RC20-06C ko 10 125 32 50 10 6 A 1.25
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
FMRO02-125-B40-RC20-07 ° 10 125 40 63 10 7 B 2.2 RCKT2006
FMR02-125-B40-RC20-07C ko 10 125 40 63 10 7 B 2.2
FMR02-140-C40-RC20-07 o 10 140 40 63 10 7 C 293
FMR02-160-B40-RC20-08 ° 10 160 40 63 10 8 B 42
FMRO02-160-B40-RC20-08C % o 10 160 40 63 10 8 B 4.2
FMRO02-160-C40-RC20-08 o 10 160 40 63 10 8 C 3.6
FMR02-220-C60-RC20-10 o 10 220 60 63 10 10 C 6.53
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 11 C 837
® Ex stock 0 On demand
*< With internal cooling
Spare parts
RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006
RCMW1204

@D 32-125 63-200 63-250

P | screw insert I60M3.5x10 I60M5x13 143M6x16 | <
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
A | Wrench (insert WT20IT WT25IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

RCKT I.C 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 €% Unfavourable machining conditions 2006 | 20 | 635 | 655
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P G355 SO B SPHBHE OO0 O
M| DRODBEE OROOPHBRROO O
K SEEEEC @)
N St D &%
S CCICX O&% HBH & &
H O B
N-—-—""“‘NNmm-—NNNmmquonN\— E
150 S228880RgB2eg 88882882 |2 |55
J00U===000Z000U0UAVOURVAVIY (U =&
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
S>> >>>>>>> |5 |[=>
RCKT1204MO-DM o O ® O o ® O
\ o ’ RCKT1606MO-DM () o
RCKT2006MO-DM o o
4 RCKT1204MO-DR o o o e o ® O
‘a( RCKT1606MO-DR e O e ° °
RCKT2006MO-DR e O e o ° o
p- 9 RCKT1204MO-ER () o
@ RCKT1606MO-ER o
RCKT2006MO-ER °
fq«’ RCKT1204MO-NM o
@ RCKT1606MO-NM o
RCKT2006MO-NM o o o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions RCGX 1.C S d
€3 Normal machining conditions 12 04 12 4.76
Milling inserts €% Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P |5HBROHBE 8D Dk HPHBHE OO O
BI.C e M| S8H0H BBSBBBHBBO0 O
: gd]:"'i K OBB o
N St StEC
—
L S I O% BB & €3
H O St
N\—.—mEENNMM‘—NNNmmlJIﬁonN; t‘—‘)
1SO RRININL2ARESSRAIRIIIRZ]= |= |55
VUU=SZ=ZZ2000ITVV0VUVWULUYYnVY 9 =
[ R e N e s i s N o ) lfoaliaa B ca Mifaa B oa ifa'a B ca Mifaa W c'a Wi a'a B a B e} b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>|> > > >
O RCGX1204MO-LH °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
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racemiling INdexable milling

Face milling

S L A R

fiy e

.

Dimensions [mm] Inserts
Article sk | Stock Teeth
0 R @D od L, L Ap max e
FMR03-016-XP16-RD08-02 o 4 16 16 25 100 4 2 0.1
FMR03-025-XP25-RD08-02 ° 4 25 25 30 100 4 2 0.3 RD**0803
FMR03-025-XP25-RD08-02C £ o 4 25 25 30 100 4 2 0.3
FMR03-032-XP32-RD10-02 ° 5 32 32 40 120 5 2 0.7 RD**10T3
FMRO03-040-XP32-RD12-03 ° 6 40 32 40 120 6 3 0.7
FMRO03-050-XP32-RD12-03 ° 6 50 32 40 120 6 3 0.85 RD**1204
FMR03-050-XP32-RD12-04 ° 6 50 32 40 120 6 4 0.8
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert RD**0803 RD**10T3 RD**1204
oD 16-25 32 32-60
v Screw (insert) 160M3x7 160M4x10 160M4x10
(1.8 Nm) (3.4Nm) (3.4 Nm)
/ Wrench (insert) WTO9IP WT15IP WT15IP
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions RDKT I.C S d
A €3 Normal machining conditions 10 T3 10 3.97 3.85
Milling inserts $%  Unfavourable machining conditions 12 04 12 476 | 45
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o S P | SBRDBR SD B OBHBH OO0 O
g M| DBRHBBE DRODBDBRRO0 O
S
: |
E od] K SBs o
1 N & o8
S LI X OB BB & 93
H O )
NFFM‘_‘_NNMM\—NNNmmuIﬁonN‘— E
150 SR200828582255855838%2 2 |55
JOU==200Q0Z000LUAVLRVAVY U =«
[ea e R o W a N e R ea i va W aa R wa | lf=a N aa R o'a B a'a B 'a e a MY 'a M a'a W 'a 2 WY c'a R a2} e =z [alya)
S>>>>>>>>>>>>>>>>>>>>> |> |>>
RDKT10T3MO-MM [} o
e RDKT1204MO-MM ° o
()]
=
E a RDKT10T3MO-NM o o

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

HC? Coated cermet
HW Uncoated carbide

N

O Ideal machining conditions RDKW 1.C S d
g’ & Normal machining conditions 08 T2 8 2.58 34
= €% Unfavourable machining conditions 08 03 8 3.18 3.4
p—
[a) 10 T3 10 3.97 4.4
Milling inserts 1204 | 12 | 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P 35558 S8 G GBHBe OO0 |O
D M| 8353 DBWOODBHBRBOO O
a K SPR AR O
- gd
N &8 DR
c hmm‘ 15 S I 06 BH & B
© ©
S H O %
c
< £ - u
85 N—-—Q;;NNMM\—NNNmmmONMN; n
=g 150 220838, 0582S8NSRRA2282 |2 |55
= UUUZS=2Z2000TVV0VUYUVUYaUnYY ) = N
[ea g ea N ea e N s M aa R aa i aa l o'a Wi a'a R 'a Y aa i a'a R a W a'a B a'a Qi a'a Wi a'a Wi a'a B 'a 7 =z [ala)
SE>>>>>>>>>>>>>>>>>>>> |5 |>>
RDKW0803MO o ©
o RDKW10T3MO ° o o o
- RDKW1204MO ° ° ® O ° °
E RDKW0803MO-1 °
o RDKWO08T2MO-1 o
® Ex stock o On demand HC' Coated carbide
) HT  Uncoated cermet
'E HC? Coated cermet
- HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

S L A R

:

L1
L

R

;}j

Dimensions [mm] Inserts
Article sk | Stock R . § ) ) Teeth @
] 1 Ap max v
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 35 2
FMR03-015-G16-S-RD0702-02 ° 3.5 15 16 60 108 3.5 2
FMR03-015-G16-S-RD0702-02C b o 3.5 15 16 60 108 3.5 2
FMR03-015-G20-M-RD0702-02 ° 3.5 15 20 80 130 3.5 2 RDKW0702
FMR03-015-G20-M-RD0702-02C % o 35 15 20 80 130 35 2
FMR03-015-G25-XL-RD0702-02 ° 35 15 25 120 176 35 2
FMR03-015-G25-XL-RD0702-02C S o 3.5 15 25 120 176 3.5 2
FMR03-020-G20-XS-RD1003-02 0 ----------- 5 ---------- 2 O --------- 20 --------- 40 --------- 90 ---------- 5 2
FMR03-020-G20-XS-RD1003-02C D 5 ----------- 5 ---------- 2 O --------- 20 --------- 40 --------- 90 ---------- 5 2 -------
FMR03-020-G20-5-RD1003-02 o ----------- 5 ---------- 2 0 --------- 20 --------- 60110 --------- 5 2 -------
FMR03-020-G20-S-RD1003-02C o é ----------- S ---------- 2 O --------- 20 --------- 60110 --------- S 2 -------
FMR03-020-G25-M-RD1003-02 o 5 2 25 8 1% 5 2
FMR03-020-G25-M-RD1003-02C b o 5 20 25 80 136 5 2 RDKW1003
FMR03-020-G25-L-RD1003-02 ° 5 20 25 100 156 5 2
FMR03-020-G25-L-RD1003-02C o 5 ----------- 5 ---------- 2 0 --------- 25100156 --------- 5 2 -------
FMR03-020-G25-XL-RD1003-02 o 5 2 25 120 176 5 2
FMR03-020-G25-XL-RD1003-02C x o 5 20 25 120 176 5 2
® Ex stock o On demand
*< With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Spare parts

Insert RDKW0702 RDKW1003
@D 15 20
. 160M2.5%5.0
v Screw (insert) (10Nm)
w Screw (insert) I6OM3.5x6.5TT
(27Nm)
% Wrench (insert) WT10IP
% Wrench (insert) WTO7P

O  Ideal machining conditions RDKW 1.C S d
€5 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts €% Unfavourable machining conditions 10 03 10 3.18 | 3.9
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 3B3BDBHE BD Bk BBHBB OO0 |O
M| DBODEB DGRDOBBHBROO |O
a K SPE R @)
© w@d
N St D e
M 15 S % OB BB & &
H O St
N.—.—m‘_‘_NNmm-—NNNmma:ﬁonN‘— B
Is0 SR280BnRgBEo5883828 2 |0 |55
JUOU=S=200QZ000UAVLRVAVY U =&
[ea e R e e R e R e i e e R e | f~a liaa Jiaa MiYaa Ba'a MiYa a QY o'a Ny o'a R c'a MY a'a MY c'a N 2 | Pt zZ (alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>=>
RDKW0702MO-1 ° o ® O
RDKW0702MO-2 °
° RDKW1003MO-1 o ¢} e 00
RDKW1003MO-2 o
RDKW1003MO-3 ° ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions RDHT L 1.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts §%  Unfavourable machining conditions 10 03 10 3.18 | 39
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHRHBDBE BH Dk HPHBE OO O
M| DBHRHDBSH DRDBHDPHBRBOO O
K SRR o
N St €D S8
S CCICY O BB O €&
H O S
N__m;:‘mmmm—NNNmmquonN; t—:
IS0 LR admn2lKESSRNIIRIIZA= = |83
UUU=Z=2Z2000ITVV00VUWUYaYnVY 9 = N
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
RDHT0702MO-LH o
Va RDHT1003MO-LH °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

I L A R

Dimensions [mm] Inserts
Article sz | Stock Teeth @
R @D od L, L Ap max \ /
FMRO03-015-XP16-S-RD0702-02 o 3.5 15 16 60 108 3.5 2
FMRO03-015-XP16-XS-RD0702-02 o 35 15 16 40 88 35 2 RDKWO0702
FMRO03-015-XP20-M-RD0702-02 ) 3.5 15 20 80 130 3.5 2
FMRO03-020-XP20-S-RD1003-02 o 20 5 2
FMR03-020-XP20-XS-RD1003-02 o 20 5 2
FMRO03-020-XP25-L-RD1003-02 o 25 5 2 RDKW1003
FMRO03-020-XP25-M-RD1003-02 o 25 5 2
FMRO03-020-XP25-XL-RD1003-02 o 25 5 2
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert RDKWO0702 RDKW1003
@D 15 20
; 160M2.5%5.0
v Screw (insert) (1.0Nm)
9 Screw (insert) I60M3.5x6.5TT
(27Nm)
/ Wrench (insert) WT10IP
/ Wrench (insert) WTO7P
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions RDKW I.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts §%  Unfavourable machining conditions 10 03 10 318 | 3.9
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OBRbBR BO B OBHBHE OO0 |O
M| DRODBEE OROODBORROO O
K SEALC o
N St D &
S CEEK O®B OB O €3
H O B
NF—mEENNMMFNNNanUI\onN‘_ B
IS0 SRIVIDLARIE2SRANIIINRINE |2 55
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
RDKW0702MO-1 ° o e O
RDKW0702MO-2 °
0 RDKW1003MO-1 o o LI )
- RDKW1003MO-2 o
RDKW1003MO-3 ° ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
O Ideal machining conditions RDHT L 1.C S d
€5 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts €% Unfavourable machining conditions 10 03 10 3.18 | 39
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B350 BH G OBHBHE OO0 |O
M| SBDODHER GROODBHBBRROO |O
K SRR o
N D D 9%
S CCI K O% HBH & €3
H O St
M= = NN m & — k—)
150 22208080 0RRB5S 888 8R87a 1A 52
O00===000Z20000ROLRTAGIL T (2R
[ea e R R a N e R a R e W ea i o | lfoa e R o'a B a'a B oa fa'a B o'a B a'a WY a2 MY ' Wi a'a ) b= =z [alya)
S>> >>>>>>>>>>> |5 ==
RDHT0702MO-LH o
‘Q= RDHT1003MO-LH °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

o &P P

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
CIRIL| R | oD | ed | L | aym e
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-A27-RD16-06C X o o 8 80 27 50 8 6 A 0.84
FMR04-080-B27-RD16-05 ° 8 80 27 50 8 5 B 1.2 RD**1605
FMR04-100-B32-RD16-06 ° 8 100 32 50 8 6 B 1
FMR04-100-A32-RD20-06C koo 10 100 32 50 10 6 A 1
FMR04-100-B32-RD20-06C Xk o 10 100 32 50 10 6 B 1
FMRO04-125-B40-RD20-06 o 10 125 40 63 10 6 B 19
; RD**2006
FMR04-125-B40-RD20-06C b e 10 125 40 63 10 6 B 1.9
FMRO04-160-B40-RD20-07 o 10 160 40 63 10 7 B 37
FMR04-160-B40-RD20-09 o 10 160 32 63 10 9 B 4.09
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RD*%*1204 RD**1605 RD**2006
oD 50-63 80-100 100-200
a Clamp WD-204 WD-207
v Screw (clamp) 160M4x10 160M5x13
P (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M3.5x10 160M5x%13 143M6%16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
V Wrench (clamp) WT15IP
) Wrench (clamp) WT20IT
V Wrench (insert) WT15IP
) Wrench (insert) WT20IT WT25IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
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racemiling INdexable milling

O Ideal machining conditions RDKT I.C S d
€3 Normal machining conditions 12 04 12 4.76 4.5
Milling inserts &% Unfavourable machining conditions
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRbBE BO G OBHBHE OO0 |O
M| SBDODBE BROOBDBHBBROO |O
od I K AL o
, N &8 X
S CCI K O% BH & 3
H O D
N—\—m‘_‘_NNmm-—NNNmm£QNmN‘_ k_"
150 SRNAMLARE2SRAIISNIIgL2 |12 |58
JOUOU=S=S00Q0ZU0000AV0RVulaVY (U =«
[ea e R R a N e R a R e s i o | lfoa e R o'a Bifa'a B oa a'a N o'a Bia'a WY e i a'a WY s B a2} b= =z [alya)
S>> >>>>>>>>>>>> |5 ==
RDKT1204MO-MM ° o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
O  Ideal machining conditions RDKW | I.C S d
€3 Normal machining conditions 12 04 12 4.76 44
€% Unfavourable machining conditions 16 05 16 5.56 5.5
Milling inserts 20 06 20 6.35 6.5
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OB bBE BO G SBHBHE OO0 |O
M| SBHHE GROOBDBHBBRROO |O
K L o
N D X
S CEI O®% DBH & %
H O St
M = — T v
150 SogzqhhoagBossggeRa8yb b oo
JOU=S=200QZ0000AVORVAVY (U =&
[ea e e R e e R e e R e R aa | lf~a Jiyaa JYaa MY aa R a'a JiYa'a QY o'a WY 'a WY c'a MY 'a MY c'a MY 2 |l 94 =z (alya)
S>> >>>>>>>>>>>>> |5 ==
RDKW1204MO ° ° ® O ° °
o RDKW1605MO o [ele} o
- RDKW2006MO o o
Q RDKW2006MO-3 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

o &P P

A

Turning

g
= Dimensions [mm] Inserts
= Article sz | Stock Teeth
R @D od L Ap max &
FMRO04-042-A16-RD1003-06 o 5 42 16 44 5 6
FMRO04-042-A16-RD1003-06C b ° 5 42 16 44 5 6 RDKW1003
C FMR04-052-A22-RD1003-07C b ° 5 52 22 50 5 7
FMR04-042-A16-RD12T3-05 o 6 42 16 42 6 5
FMRO04-042-A16-RD12T3-05C x® ° 6 42 16 42 6 5
FMR04-052-A22-RD12T3-05 o 6 52 22 50 6 5
FMRO04-052-A22-RD12T3-05C x ° 6 52 22 50 6 5
g RDKW12T3
= FMR04-066-A27-RD12T3-06 e} 6 66 27 50 6 6
E FMR04-066-A27-RD12T3-06C £ ° 6 66 27 50 6 6
FMR04-080-A27-RD12T3-07 o 6 80 27 50 6 7
FMR04-080-A27-RD12T3-07C x ° 6 80 27 50 6 7
FMR04-052-A22-RD1604-04 ¢} 8 52 22 50 8 4
FMR04-052-A22-RD1604-04C x ° 8 52 22 50 8 4
D FMR04-066-A27-RD1604-05 o 8 66 27 50 8 5
FMRO04-066-A27-RD1604-05C b ° 8 66 27 50 8 5
FMR04-080-A27-RD1604-06 o 8 80 27 52 8 6
= FMR04-080-A27-RD1604-06C x ° 8 80 27 52 8 6 RDKW1604
RE FMR04-100-B32-RD1604-07 o 8 100 32 52 8 7
E E FMRO04-100-B32-RD1604-07C * ° 8 100 32 52 8 7
E :g FMRO04-125-B40-RD1604-08 ¢} 8 125 40 52 8 8
- FMRO04-160-B40-RD1604-09 o 8 160 40 52 8 9
FMR04-160-B40-RD1604-09C x® ° 8 160 40 52 8 9
® Ex stock o On demand
E *< With internal cooling
-
=
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

Spare parts

Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-200
(1) Clamp WX16N
f Y Clamp LOM3.5x7.1
v Screw (clamp) 160M45x10
p (50Nm)
v Screw (insert) 160M3.5x7.7 160M3.5x7.7 160M4.5x10 160M4.5x10
(2.7 Nm) (2.7 Nm) (5.0 Nm) (5.0 Nm)
w Screw (insert) I60M3.5%6.5TT
(27 Nm)
/ Wrench (clamp) WT15P
/x Wrench (clamp) WT20T
¢ | Wrench (insert) WT10IP
¢ | Wrench (insert) WT15P WT15P
/N Wrench (insert) WT20T WT20T
RDKW 1.C S d
O  Ideal machining conditions 10 03 10 3.18 3.9
€5 Normal machining conditions 12 T3 12 3.97 3.9
MiIIing inserts §%  Unfavourable machining conditions 16 04 16 4.76 5.2
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P oBebBee SO G S8HBe OO0 |O
M| DB8HB8 DROODBHBRBOO O
K SR @)
N &8 8
S LI K O®B OB O €3
H O B
N‘_,_m'—‘—NNMm‘—NNNmLﬂUI\ONMN‘_ 2
IS0 SRSddNPARE2SRNINIIRRAQE |2 |53
JU0US==2000Z000VURVOURAVARAVY (U |=&
[ea e R ea e N R aa M aa i aa M aa f o' N aa e WY a'a i a'a s a Wi a'a B 'a R a'a Wi 'a Wi a'a B 'a I~ =z [ala)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
RDKW1003MO-1 o o o o0
RDKW1003MO-2 o
RDKW1003MO-3 ° ° °
RDKW12T3MO-1 ° o o e e
o RDKW12T3MO-2 ° o
- RDKW12T3MO-3 ° ° °
RDKW1604MO-1 o o e e 0O
RDKW1604MO-2 o
RDKW1604MO-3 o o () °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions RDHT L 1.C S d
€3 Normal machining conditions 10 03 10 3.18 3.9
€% Unfavourable machining conditions 12 T3 12 3.97 3.9
Milling inserts 16 04 16 | 476 | 5.2
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353558 S8 B SPHBHE OO0 O
M| DRHODBEE OROOBPHRROO O
ad K SPLCER @)
15?& N & S
S CCIE X O®% DS & &
H O B
N\—-—S"EENNMM\—NNNMU\UIﬁonN‘_ E
IS0 PRI ALARIE22RNSIRIIIRIIAE 2 58
VUU=S=22000IT000VU0nUY0YnYY ) = N
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> > > >
RDHT1003MO-LH °
‘Q RDHT12T3MO-LH °
RDHT1604MO-LH °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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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
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racemiling INdexable milling

Face milling

FMRO6 0

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' @D | od L | 2 me .
FMR06-050-A22-RN0903-05AC b ¢} 22 50 2 5 A 0.3 RNGNO0903
FMR06-050-A22-RN0904-05AC b ¢} 22 50 2 5 A 0.3 RNGN0904
FMR06-063-A27-RN1204-05AC S o 27 50 4 5 A 0.74
FMR06-080-A27-RN1204-07AC sk o 27 50 4 7 A 0.7
RNGN1204
FMR06-100-B32-RN1204-09AC sk o 32 50 4 9 B 1.2
FMRO06-125-B40-RN1204-11AC b ¢} 40 63 4 1 B 1.9
FMRO06-063-A27-RN1207-05AC S o 27 50 4 5 A 1416
FMR06-080-A27-RN1207-06AC sk o 27 50 4 A 0.7
RNGN1207
FMR06-100-B32-RN1207-08AC sk o 32 50 4 B 1.2
FMRO06-125-B40-RN1207-10AC sk o 40 63 4 10 B 1.9
® Ex stock o0 On demand
*¢ With internal cooling
Spare parts
Insert RNGNO0903 RNGNO0904 RNGN1204 RNGN1207
@D 50-160 50-160 50-160 50-160
@ Screw (wedge) DM6x17.5A DM6x17.5A DM6x17.5A DM6x17.5A
9 (11.4Nm) (11.4Nm) (11.4Nm) (11.4Nm)
w Shim pin (shim) SM5x8.65XA SM5x8.65XA
P (4.0 Nm) (4.0 Nm)
B | shimpin (shim) sP3 sP3
& Shim RO9BS RO9BS R128BS R128S
v Wedge W18N W18N W18N W18N
) Wrench WT15IT WT15IT WT15IT WT15IT
(wedge)
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Face milling

RNGN 1.C S
O Ideal machining conditions 09 03 | 9,525 | 3,18
& Normal machining conditions 1204 | 12,40 | 4,76
Milling inserts &% Unfavourable machining conditions 1207 | 12,70 | 7,94
RN** milling Insert (@] CcC CN CR (&)
s P
' M
K O o St
N
Aol S onn
H & @B
o = =) S S S
150 r|8 S S g8 S
P = = == 3
J O (@] (O] [}
RNGNO090300 T01525 45 | @ ° °
RNGN120400T01525 60 |® ° °
v RNGN120700 T01525 60 |® . o
® Ex stock 0 On demand CM  Mixed ceramic
Other cutting edge designs and grades available on demand! cC N_erd ceram.ic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
CS  Cutting ceramic, SIAION
B31 Technical info B617 Cutting data B312

System code
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B32 Grade selection




racemiling INdexable milling

Face milling

Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 o ) _— Teeth Coupling g
FMR11-040-A16-RD10-06C x o 5 40 16 40 5 6 A 0.188
FMR11-050-A22-RD10-07C x ° 5 50 22 40 5 7 A 0.3
FMR11-052-A22-RD10-07C x ° 5 52 22 40 5 7 A 0.286
FMR11-063-A22-RD10-08C x ° 5 63 22 40 5 8 A 0.5 RD™10T3
FMR11-066-A22-RD10-08C £ ° 5 66 22 40 5 8 A 0.465
FMR11-080-A27-RD10-09C ] ° 5 80 27 50 5 9 A 0.825
FMR11-040-A16-RD12-04C x o 5 40 16 40 5 4 A 0.19
FMR11-040-A16-RD12-05C £ ° 6 40 16 40 6 5 A 0.18 -
FMR11-050-A22-RD12-05C x ° 6 50 22 40 6 5 ----- A 0 27
FMR11-052-A22-RD12-05C £ o 6 52 22 40 6 5 ----- A 0435
FMR11-050-A22-RD12-06C £ ° 6 50 22 40 6 6 A 0.27 -
FMR11-052-A22-RD12-06C £ ° 6 52 22 40 6 6 A 0.276"“ RD™1204
FMR11-063-A22-RD12-07C £ o 6 63 22 40 6 7 A 0.44 -
FMR11-063-A27-RD12-07C £ ° 6 63 27 40 6 7 ----- A 0398
FMR11-066-A27-RD12-07C ] ° 6 66 27 40 6 7 A 0.405 -
FMR11-080-A27-RD12-08C £ ° 6 80 27 50 6 8 A 1 -

® Ex stock o On demand
* With internal cooling
Spare parts
Insert RD**10T3 RD*%*1204
oD 20-100 20-100
v Screw (insert) 160M3.5%8 160M4x8.4
(2.7 Nm) (3.4 Nm)
/ Wrench (insert) WT15IP
/’ Wrench (insert) WT15IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

O Ideal machining conditions RDMT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts $%  Unfavourable machining conditions 12 04 12 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBDBRROO O
»d I l K € 5 % @
, 1 N ) SR
S CCIE X O&% S & €
H O B
m = = — =
IS0 554808 Rg8eSg58888¢2800 |b 55
O03===000|20000R00RTAGL O =&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
RDMT10T3MO-M () ° °
e RDMT1204MO-M ° o ° °
4
RDMT10T3MO-MM ° °
e RDMT1204MO-MM o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RDMW | I.C S d
& Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts &% Unfavourable machining conditions 12 04 12 4.76 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBH BB DBk HPHBHE OO0 O
M| DHHDBE DRODBDPBHHBOO O
od K SRR @)
N D D
S S X O®% DBH &S
H O St
Is0 222088082 egRS88S8g2882 2 |55
JOUOU=S=200QZ000UAVLRVAVY U =&
(e e R e e R e R e e R va e | f~a liaa Jiaa MY aa Waa JiYa a Ry oa WY 'a R c'a MY 'a MY o'a MY 2 ) Pt = (alya)
S>> >>>>>>>>>>> |5 ==
RDMW10T3MO-H ° °
@ RDMW1204MO-H ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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racemiling INdexable milling

Face milling

Dimensions [mm]

Inserts

. - .
Article sz | Stock R o0 o ) _— Teeth Coupling g
FMR11-040-A16-RP10-06C x ° 5 40 16 40 5 6 A 0.19
FMR11-050-A22-RP10-07C x ° 5 50 22 40 5 7 A 0.29
FMR11-052-A22-RP10-07C x o 5 52 22 40 5 7 A 0.295
FMR11-063-A22-RP10-08C x ° 5 63 22 40 5 8 A 0.48 RPT10T3
FMR11-066-A22-RP10-08C £ ° 5 66 22 40 5 8 A 0.495
FMR11-080-A27-RP10-09C ] ° 5 80 27 50 5 9 A 0.93
FMR11-040-A16-RP12-05C x ° 6 40 16 40 6 5 A 0.16
FMR11-050-A22-RP12-06C N ° 6 50 22 40 6 6 A 0.27 -
FMR11-052-A22-RP12-06C x ° 6 52 22 40 6 6 ----- A 028
FMR11-063-A27-RP12-07C £ ° 6 63 27 40 6 7 ----- A 04 ----- RPT1204
FMR11-066-A27-RP12-07C £ ° 6 66 27 40 6 7 A 0.435 -
FMR11-080-A27-RP12-08C b ° 6 80 27 50 6 8 A 1 -
FMR11-052-A22-RP16-04C £ o 8 52 22 40 8 4 A 0.31
FMR11-063-A27-RP16-06C % o 8 63 27 40 8 7 A 045  RP**1605
FMR11-080-A27-RP16-07C ] o 8 80 27 50 8 7 A 0.99 -
® Ex stock © On demand
* With internal cooling
Spare parts
Insert RP**10T3 RP*¥*1204 RP**1605
oD 20-100 20-150 50-250
v Screw (insert) 160M3.5%8 160M4x8.4 160M5x13
(2.7 Nm) (3.4Nm) (6.7 Nm)
/ Wrench (insert) WT15IP
/ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

RPMT I.C S d
O Ideal machining conditions 10 T3 10 3.97 4.1
€3 Normal machining conditions 12 04 12 4.76 4.4
Milling inserts €% Unfavourable machining conditions 16 05 16 5.57 5.5
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OORODBRE BB Gk OBHBR OO0 |O
‘ M| DBRHDBE DGRDOBDHBROO |O
od I K SPLCER @)
, 1 N ) PR
S S X O% BB & €3
H O &S
NFPmEENNMMFNNNmmEonN; :‘—:
1SO SRV dmn2ARIE2SERAIRIFELSs = |55
VUU=Z=ZZ2000ITVV0VUVLULUYYnVY Y] = N
[ea g R e N e s N e N ea ) lfoa e B ca Mifaa B oa ifa'a B ea Mifaa W e Wifa'a B a B e} b= =z [alya)
S>E>>>5>>>>>>>>>>>>>>>>> |5 |>>
RPMT10T3MO-M () ° °
e RPMT1204MO-M ° ° °
i
RPMT1605MO-M o
RPMT10T3MO-MM ° o
e RPMT1204MO-MM °
RPMT1605MO-MM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions RPMW | I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts €% Unfavourable machining conditions 12 04 12 4.76 44
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3BB3HDBHE BD B OBHBB OO0 |O
M| SB3ODBE3 DBRDOBDBHBROO |O
a K SPL R @)
© ed
N D D
o
M i S ECIEC OB BB &
H O D
N——R;;NNMM-—NNNMMEQNMN; E
1SO SR 2AKRSESS2RNIIRIIRZA= |[= |55
UUU=SZ=2Z2000IZ V0V U0VVUYaUBnUYLY |Y = N
[ea Qe R R a N R a li e e a N ca | lf=a e B c'a Nifaa B oa e a B o'a Bia'a W e i a'a W' R aa ) b= =z [ala)
S>> >>>>>>>>>>> |5 ==
RPMW10T3MO-H ° °
9 RPMW1204MO-H () °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions RPKT 1.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 4.76 4.4
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRHBDR BH Dk SBHBHR OO0 |O
M| DHRHDBSH DBROOBDBHBRROO |O
K SRR o
N &8 €D S8
S L X O%B BB O &
H O St
N‘—x—m‘_‘_NNmm-—NNNmma:\onN‘_ L\;J
IS0 SRA4MLKRBSSSNRIIARRR2 2 |58
JO0U==200QZ0000AVLRVAVIY (U =&
[ e N a N e R a R a e i ea | lfaa e R aa Mifaa R aa Wifa'a i oa Bifa'a WY ca Wifa'a Wt a Wi e} b=t =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
RPKT10T3MO-MM o
e RPKT1204MO-MM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Face milling

Face milling

FMR11

2D D od
®
R L1
Dimensions [mm] Inserts
Article sl | Stock Teeth
' oD od L . ?
FMR11-032-XP32-RD10-03C £ o 32 32 120 5 3 0.64
; RD**10T3
FMR11-040-XP32-RD10-04C b o 40 32 120 5 4 0.7
FMR11-032-XP32-RD12-03C £ o 32 32 120 6 3 0.64
RD**1204
FMR11-040-XP32-RD12-04C E o 40 32 120 6 4 0.69
® Ex stock o On demand
** With internal cooling
Spare parts
Insert RD**10T3 RD**1204
oD 20-78 20-78
v Screw (insert) 160M3.5%8 160M3.5%8
(2.7 Nm) (2.7 Nm)
¢ | Wrench (insert) WT15IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
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O  Ideal machining conditions RDMT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P B35 DBHs BH D& HPHBHE OO0 O
M| OHOOHEe OROODBORROO O
od I K SR o
, N St D &
S CEEK O&% HBH & &
H O B
NF—mEENNMMFNNNmmuIﬁonN‘_ E
IS0 SRIVIDLARIE2SRANIIINRINE |2 55
UUU=Z=22000IT000VU00nUYaYnYl ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
RDMT10T3MO-M ° ° °
e RDMT1204MO-M ° o ° °
4
RDMT10T3MO-MM ° °
e RDMT1204MO-MM o ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RDMW | I.C S d
&5 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 4.76 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BB HBDBH BH DBk HPHBHE OO0 O
M| DBHHDBE DROOBBHRBO0O O
K SRR o
N St D e
S LI < O&% HBH & %
H O St
M — — NN M m o NN n % o~ o 2
150 288800 RoRg8SS85888R880b b 5
UUU=Z=Z2000IZ0 0000000 nYY 9 - N
[ea e e R e e R e e R e R aa | lfa liyaa JYaa Ny aa Raa JiYa'a QY o'a WY 'a R c'a MY 'a MY c'a N 2 |l 9t = (alya)
S>E>>>>>>F>>>>>>>>>>>>> > > >
RDMW10T3MO-H ° °
@ RDMW1204MO-H ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Face milling

@D D od
®
R L1
L
Dimensions [mm] Inserts
Article sk Stock Teeth
@D od L Ap max g
FMR11-032-XP32-RP10-03C £ o 32 32 120 5 3
; RP**10T3
FMR11-040-XP32-RP10-04C b o 40 32 120 5 4
FMR11-032-XP32-RP12-03C £ o 32 32 120 6 3
RP**1204
FMR11-040-XP32-RP12-04C E o 40 32 120 6 4
® Ex stock o On demand
** With internal cooling
Spare parts
Insert RP**10T3 RP**1204
oD 20-78 20-78
v Screw (insert) 160M3.5%8 160M3.5%8
(2.7 Nm) (2.7 Nm)
¢ | Wrench (insert) WT15IP WT15IP
B31 Technical info B617 Cutting data B312
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racemiling INdexable milling

O  Ideal machining conditions RPMT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 476 | 44
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P OOHDOBH SO B OBHBH OO0 O
M| SO0 BBOOBHBREOO O
(ad K ez @)
N &3 DR
S @& o OB 6B & 93
H O &
N,_._m-—‘—NNmm-—NNNanuI\onN‘_ 2
150 2228008285 82255855838%82 2 |55
JOU==S00Q0Z0000UluoRulavy (U =«
[ea e R o W a N e R ~a i va W aa R o | lf=a N aa R o'a R a'a B o'a a'a WY o'a N a'a WY 'a W2 W' R a2} e =z [alya)
S>>>>>>>>>>>>>>>>>>>>> |~ |>>
RPMT10T3MO-M ° ° °
e RPMT1204MO-M ° ° °
-
RPMT10T3MO-MM ° o
e RPMT1204MO-MM ° o

® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide

O Ideal machining conditions RPMW 1.C S d
&5 Normal machining conditions 10 T3 10 3.97 4.1
Mi||ing inserts £%  Unfavourable machining conditions 12 04 12 4.76 44
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRDHBH SBD G OBHBR OO0 O
M| SBODBE DHBOODBHRBZOO O
K AL o
N &8 A
S LI < OB DL O 3
H O &S
N,_‘_M'—‘—NNMM-—NNNMU"EONMN‘_ 2
150 SRJ8MLERBSSRN]ITRRLE 2 |55
JOU=S=200QZ0000AVORVAVY (U =&
[ea e e R e e R e e R e R aa | lfa liyaa JYaa Ny aa Raa JiYa'a QY o'a WY 'a R c'a MY 'a MY c'a N 2 |l 9t = (alya)
SS>E>>>>>>>>>>>>>>>>>>>> |5 |>>
RPMW10T3MO-H ° °
9 RPMW1204MO-H ° °

® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide

System code B32 Grade selection B31 Technical info B617 Cutting data B312

<
v_ B137

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

O Ideal machining conditions RPKT 1.C S d
€5 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts €% Unfavourable machining conditions 12 04 12 4.76 4.4
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SBHBHBDBE BH Dk HPHBE OO O
T M| DBHRHDBSH DRDBHPHRHBOO O
a K SRR o
© @d
N St StEC
M 1 S % B OB S8 6 @
H O St
N-—-—%EENNMM‘—NNNMLH£°NMN; t‘—:
IS0 LR admn2lRESSRNIIRIIZAI= £ |85
UUU=SZ=2Z2000ITVV00VUYULWUYaYnVY 9 =
[ R e N e R e R ca N e | lfoaliaa R oa Wifaa B oa lifa'a i oa Bifaa W o Wifaa Mo a B e} b= =z [alya)
SSE>>>>S>>>>>>>>>>>>>>>> |5 |>>
RPKT10T3MO-MM o
e RPKT1204MO-MM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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Square shoulder milling Indexable milllng

Square shoulder milling

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

Article sz | Stock o0 o . ) . Teeth g
EMP01-010-G10-AP07-02C x o 10 10 20 70 6.4 2
EMP01-012-G12-AP07-02C S ° 12 12 25 75 6.4 2 0.31
EMP01-014-G16-AP07-03C £ [ 14 16 25 85 6.4 3 0.61 APKT0702
EMPO01-016-G16-AP07-04C b [ 16 16 30 90 6.4 4 0.75
EMP01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-016-G16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMP01-016-G16-AP11-02C £ o 16 16 25 920 10.5 2 0.1
EMPO01-018-G25-AP11-02 o 18 25 35 115 10.5 2
EMPO01-020-G20-AP11-02 0 ---------- 20 --------- 20 --------- 30100 ------- 105 2 0.2
EMP01-020-G20-AP11-02C £ o 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-03 o 20 20 30 100 10.5 3 0.2 APKT11T3
EMP01-020-G20-AP11-03C S [ 20 20 30 100 10.5 3 0.2
EMPO01-025-G25-AP11-03 o 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C * 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 S [ 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 0 ---------- 25 --------- 25 --------- 35115 ------- 155 2 0.4
EMP01-025-G25-AP16-02C £ ° 25 25 35 115 15.5 2 0.4
EMPO01-032-G32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMP01-032-G32-AP16-03C £ [ 32 32 40 125 15.5 3 0.7
EMPO01-040-G32-AP16-03 [ 40 32 42 130 155 3 0.7
EMP01-040-G32-AP16-03C x® ° 40 32 42 130 15.5 3 0.7 APKTTE04
EMP01-040-G32-AP16-04 o 40 32 42 130 15.5 4 0.8
EMP01-040-G32-AP16-04C £ o 40 32 42 130 15.5 4 0.8
EMPO01-050-G32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 14

® Ex stock © On demand
* With internal cooling

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 10-25 12-32 25-63
w Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4 Nm)
\
w Screw (insert) 160M2.5x6.5T .
(1.0Nm) %’
-4
" | Wrench (insert) WTO5IP WTO8IP C(/“
/ﬂ Wrench (insert) WT15S
APKT L S d
O  Ideal machining conditions 0702 | 426 | 238 2
€3 Normal machining conditions 1173 | 1224 | 36 2.8
Milling inserts €8  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B3BDBH BB Dk HPHBHE OO O
r
: = M| DHHDHBE DRODBDBHHBO0O O
w| ) o K BB o
; " N & D@
88" L s & B 06 6B & B
H O &
M — — NN N M m N NN n uI'a o~ o =
IS0 r w888 888R8%B8Se85888838832 2 55
VUU=Z=2Z2000IZ000000UU0a0nVl |9 = N
[ea e e e R e R e R e e i aa | f~a Jifaa Biaa JiYaa Bia'a Mo a JiYa'a WY o'a R c'a MY a'a MY c'a N 2 ) Pt = (alya)
SESS>S>SS>S>>F>E>S>>>>>>>>>>5 |5 |[=>
APKT11T304-ALH 04 | 6.5 ° o0
5 APKT11T308-ALH 0.8 | 6.5 ° o0
ST | APKT160404-ALH 04 [9.33 °
APKT160408-ALH 0.8 [9.33 ° ® O
APKT11T304-APF 04 | 6.5 °
@& | ApkT11T308-APF 08 | 65 o ee o
Bir—
APKT160408-APF 0.8 |9.33 o ® ® 0O
APKT11T304-APL 04 | 6.5 ¢} ° )
@ APKT11T308-APL 08 | 6.5 o ° o
APKT160408-APL 0.8 |9.33 o ° o
APKT160420-APL 2 1933 o ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Square shoulder milling Indexable milllng

APKT L S d
O  Ideal machining conditions 07 02 4.26 2.38 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €% Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P G558 SH B SPHBHE OO0 O
r
; M| DRODBEE DROOPOHRROO O
W ) e K fee O
: 1971 N ) D83
88 L S % B 08 66 & @
H O B
N-—-—S},;;NNMM—NNNMU\EONMN; E
IS0 r WS 22 RARNRRBS 2588883882 |2 |55
UUU=S=22000IT000UU00nUYYnYY 9 = N
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
S>> >>>>>>> |5 |[=>
APKT070204-APM 04 |6.91 ) °
APKT11T304-APM 04 | 6.5 ° °
APKT11T308-APM 0.8 | 6.5 [ ° o L) o
APKT11T312-APM 1.2 | 65 o ° °
APKT11T316-APM 16 | 65 ) o0
@& | ApkT117T320-APM 2 |65 . . oo
e,
APKT160408-APM 0.8 |9.33 ° oo o o0 o
APKT160416-APM 1.6 |9.33 [ ° °
APKT160420-APM 2 1933 o ° °
APKT160424-APM 24 1933 ) ° °
APKT160430-APM 3 1933 o e °
APKT11T304-LH 04 | 6.5
D N
3 APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM 0.8 | 6.5 ° °
APKT11T312-NM 1.2 | 65 ° °
APKT11T304-PF 04 | 6.5 o o o
C 3 APKT11T316-PF 16 | 65 o
W | APKT160408-PF 0.8 {9.33 o
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |0 O [¢) o O o
APKT11T308-PM 0.8 | 65 |0 o ® O O o o o o
) APKT11T312-PM 1.2 | 65 o o
W | APKT11T316-PM 16 | 65 o
APKT160408-PM 0.8 |933|0 0 © @ ® O O 0 0 o0 o °
APKT160416-PM 16 |933|0 )
APKT11T304-PR 04 | 6.5
@ "
- APKT11T316-PR 16 | 65
APKT11T3-XR 6.5 ° o0
® Ex stock o On demand HC'" Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

A

(o))
£
c
5
|_
ap
oD| RN ~{- {7 |ec
L1
B :
Weldon shank
o))
£
E Dimensions [mm] Inserts
Article sie | Stock Teeth
o I T R P @7
EMP01-020-XP20-AP07-05C b ° 20 20 30 100 6.4 5 0.31
; APKT0702
EMP01-025-XP25-AP07-07C b ° 25 25 35 115 6.4 7 0.61
C EMPO01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-XP16-AP11-01C sk o 12 16 25 85 10.5 1 0.1
EMPO01-016-XP16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMPO01-016-XP16-AP11-02C %% o 16 16 25 90 10.5 2 0.1
= EMPO01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
é EMP01-020-XP20-AP11-02C sk o 20 20 30 100 10.5 2 0.2
E EMP01-020-XP20-AP11-03C-L1-25-L-90 sk o 20 20 25 90 10.5 3
EMP01-020-XP20-AP11-03 [ 20 20 30 100 10.5 3 0.2 APKT11T3
EMP01-020-XP20-AP11-03C b ° 20 20 30 100 10.5 3 0.2
EMPO01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-03C x® ° 25 25 35 115 10.5 3 0.4
D EMP01-025-XP25-AP11-04 [ 25 25 35 115 10.5 4 0.4
EMP01-025-XP25-AP11-04C b o 25 25 35 115 10.5 4 0.4
EMPO01-032-XP32-AP11-04 ° 32 32 40 125 10.5 4 0.7
c EMP01-032-XP32-AP11-04C 5k o 32 32 40 125 10.5 4 0.7
RE EMPO01-025-XP25-AP16-02 ° 25 25 35 15 155 2 04
= ©
_E < EMP01-025-XP25-AP16-02C *® o 25 25 35 115 15.5 2 0.4
(U] S
ﬁ ug EMPO01-032-XP32-AP16-03 ° 32 32 40 125 15.5 3 0.7
- EMP01-032-XP32-AP16-03C 5k o 32 32 40 125 15.5 3 0.7
APKT1604
EMPO01-040-XP32-AP16-04 ] 40 32 42 130 15.5 4 0.8
EMP01-040-XP32-AP16-04C *® o 40 32 42 130 15.5 4 0.8
EMPO01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
E EMPO01-063-XP32-AP16-06 o 63 32 45 135 15.5 6 1.4
® Ex stock 0 On demand
% With internal cooling
X
[}
©
£
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Square shoulder milling Indexable milllng

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
w Screw (insert) 160M1.8x4 160M4x8.4
(0.5 Nm) (3.4 Nm)
)
w Screw (insert) 160M2.5x6.5T <
(1.0Nm) %’
-+ \
9 | Wrench (insert) WTO5IP WT08IP C(/‘ i
/ﬂ Wrench (insert) WT15S
APKT L S
O Ideal machining conditions 07 02 | 426 | 238 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €8  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BB DBHe BH DBk HPDBHE OO O
r
: = M| DBHHDBSE DROOLBHRBOO O
e © od K OB O
; s N @ L
88" L s & B 0B 68 © @
H O &
M — — NN M m o NN n qu o~ o =
150 rw|$88888205 8288538382282 |2 |55
UUU==Z2000IZ0 0000000 nYuY O - N
[ea e e e e R e e R e R aa | lf~a liyaa Jaa MY aa Wa'a JiYa'a QY o'a WY o'a R c'a MY 'a MY c'a MY 2 |l 9=t = (alya)
SES>S>>S>>FI>>S>>>>>>>>>>5> |5 |[=>
APKT11T304-ALH 04 | 6.5 ° oo
= APKT11T308-ALH 0.8 | 6.5 ° o0
ST | APKT160404-ALH 04 [9.33 °
APKT160408-ALH 0.8 [9.33 ° ® O
APKT11T304-APF 04 | 65 °
E&N | ArkT11T308-APF 08 | 65 o ee o
B
APKT160408-APF 0.8 |9.33 o ® ® 0O
APKT11T304-APL 04 | 6.5 ¢} ° o
@ APKT11T308-APL 08 | 6.5 o ° o
APKT160408-APL 0.8 |9.33 o ° o
APKT160420-APL 2 1933 o ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

APKT L S d
O Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353558 S8 B SPHBHE OO0 O
; M| DRHODBEE OROOBPHRROO O
W ) e K sne o
; " N € D
8 L S & &% 06 86 © ®
H O B
N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
IS0 rwIgeeddadrf8RIE2SRASSRINIINE |2 |85
VUU=S=22000IT000VU0nUY0YnYY 9 =
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
APKT070204-APM 0.4 691 ° °
APKT11T304-APM 04 | 6.5 ° °
APKT11T308-APM 0.8 | 6.5 [ ° o o0 o
APKT11T312-APM 12 | 65 ° ° °
APKT11T316-APM 16 | 6.5 [ o0
@& | ApkT11T320-APM 2 |65 . . oo
e
APKT160408-APM 0.8 |9.33 ° [} ¢} o0 o
APKT160416-APM 1.6 |9.33 (] ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 19.33 ° ° °
APKT160430-APM 3 1933 o e °
APKT11T304-LH 04 | 6.5 o
D N
3 APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM 0.8 | 6.5 ° °
APKT11T312-NM 1.2 | 65 ° °
APKT11T304-PF 04 | 6.5 o o o o
@ APKT11T316-PF 16 | 6.5 o
W | APKT160408-PF 0.8 [9.33 o
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |0 0 o o O o
APKT11T308-PM 08 | 65 |0 o ® O O o o o o
@ APKT11T312-PM 1.2 | 65 [e] o
W | APKT11T316-PM 16 | 65 o
APKT160408-PM 0.8 |933|/0 0 O @ ® O O 0 0 o0 o °
APKT160416-PM 16 |933|0 o
APKT11T304-PR 04 | 6.5 o
&’ APKT11T316-PR 16 | 65 o
APKT11T3-XR 6.5 ° o0
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
<
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Square shoulder milling Indexable milllng

Square shoulder milling

EMPO2 Kr:90° 0 0

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

: @0 | od | L | apme P E
EMP02-032-A16-AP07-08C x® ° 32 16 35 6.4 8 A 0.34
EMP02-040-A16-AP07-10C S ° 40 16 40 6.4 10 A 0.4 APKT0702
EMP02-050-A22-AP07-12C x ° 50 22 40 6.4 12 A 0.6
EMP02-040-A16-AP11-04C x ° 40 16 40 1 4 A 0.237
EMP02-040-A16-AP11-05C x ° 40 16 40 11 5 A 0.177
EMP02-040-A16-AP11-06C b ° 40 16 40 1 6 A 0.234
EMP02-050-A22-AP11-06 ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-06C £ ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-07C x® ° 50 22 40 11 7 A 0.39
EMP02-063-A22-AP11-08 ° 63 22 40 11 8 A 0.6
EMP02-063-A22-AP11-08C x ° 63 22 40 1 8 A 0.6 APKT11T3
EMP02-063-A22-AP11-09C x ° 63 22 40 1 9 A 0.54
EMP02-080-A27-AP11-08 ° 80 27 50 11 8 A 1.2
EMP02-080-A27-AP11-08C % ° 80 27 50 1 8 A 1.2
EMP02-080-A27-AP11-10C b ° 80 27 50 1 10 A 1.13
EMP02-100-B32-AP11-10 ° 100 32 50 1 10 B 1.7
EMP02-100-B32-AP11-10C x® o 100 32 50 11 10 B 1.7
EMP02-125-B40-AP11-10 o 125 40 63 1 10 B 342
EMP02-040-A16-AP16-03 o 40 16 40 15.5 3 A 0.17
EMP02-040-A16-AP16-04C b ° 40 16 40 15.5 4 A 0.17
EMP02-050-A22-AP16-05 ° 50 22 40 15.5 5 A 0.3
EMP02-050-A22-AP16-05C % ° 50 22 40 15.5 5 A 0.3
EMP02-063-A22-AP16-06 ° 63 22 40 15.5 6 A 0.5
EMP02-063-A22-AP16-06C S ° 63 22 40 15.5 6 A 0.5 APKTTE04
EMP02-080-A27-AP16-06C £ o 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 15.5 7 A 1.1
EMP02-080-A27-AP16-07C *® ° 80 27 50 15.5 7 A 1.1
EMP02-100-B32-AP16-08 ° 100 32 50 15.5 8 B 1.6
® Ex stock © On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Dimensions [mm]

Inserts

B146

Article sl | Stock Teeth Coupling
o0 o | L | b i
EMPO02-100-B32-AP16-08C x ° 100 32 50 15.5 8 B 1.6
EMPO02-125-B40-AP16-06C S o 125 40 63 15.5 6 B 3.18
EMPO02-125-B40-AP16-10 o 125 40 63 15.5 10 B 3.2
EMPO02-125-B40-AP16-10C x o 125 40 63 15.5 10 B 3.2
EMP02-160-B40-AP16-07C x® o 160 40 63 15.5 7 B 43 APKT1604
EMPO02-160-B40-AP16-10 o 160 40 63 15.5 10 B 6.3
EMP02-160-B40-AP16-10C b o 160 40 63 15.5 10 B 6.3
EMP02-200-C60-AP16-12 o 200 60 63 15.5 12 C 8.1
EMP02-250-C60-AP16-12 o 250 60 63 15.5 12 C 11.2
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604 APKT1604
oD 40-125 40-160 160-250
Cassette Locator-APKT16
v Screw (insert) 160M4x10 160M4x10
(3.4 Nm) (3.4Nm)
v Screw (insert) I6OM2.56.5T
(1.0Nm)
/ Wrench (insert) WTO08IS WT15IS WT15IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o



Square shoulder milling Indexable milllng

APKT L S d
O  Ideal machining conditions 07 02 4.26 2.38 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €% Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBRE BB DB BBB OO0 |O
; ' M| Snoos snoooses00 O
Wl e _ _______ R K BBG O
: 1971 N ) D83
8 L S & & 08 66 & @
H O S
N.—.—m'—‘—NNmm—NNNmmquonN\— E
50 CWISBSOd9 ARSERERNEEREREE & |28
LLLLLLLLLRLLLLRRLLLERE £ 89
APKT11T304-ALH 04 | 65 ° o0
m APKT11T308-ALH 0.8 | 6.5 ° o0
— APKT160404-ALH 04 |9.33 o
APKT160408-ALH 0.8 |9.33 ° e O
APKT070204-APF 04 |6.91 ° °
(u APKT11T304-APF 04 | 6.5 °
n— APKT11T308-APF 0.8 | 6.5 o o0 o
APKT160408-APF 0.8 {9.33 o ® ® OO
APKT11T304-APL 04 | 6.5 o ° o
be- ~ 7] APKT11T308-APL 0.8 | 6.5 ¢} ° o
APKT160408-APL 0.8 |9.33 ¢} ° ¢}
APKT160420-APL 2 1933 o ° °
APKT070204-APM 04 |6.91 ° °
APKT11T304-APM 04 | 65 o ° °
APKT11T308-APM 08 | 6.5 ° ° o L) o
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 [ o0
@& | ApKT11T320-APM 2 |65 . . oo
e,
APKT160408-APM 0.8 |9.33 ° [ I} o o0 e}
APKT160416-APM 1.6 1933 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 o e °
APKT11T304-LH 04 | 65
& APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM 0.8 | 6.5 ° °
APKT11T312-NM 1.2 | 65 [} °
APKT11T304-PF 04 | 6.5 o o o o
T APKT11T316-PF 16 | 65 o
s | APKT160408-PF 0.8 |9.33 o
APKT160430-PF 3 ]933|0
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

APKT L S d
O Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353558 S8 B SPHBHE OO0 O
r
; p— M| DRHODBEE OROOBPHRROO O
W ) e K sne o
; " N & D
8 L S & B 06 86 © ®
H O B
N\—-—S"EENNMM\—NNNMU\UIﬁonN; E
1SO r W Rdd o 2 RIE2S2RRASRITIRAILA= = |5 o
VUU=S=22000IT000VU0nUY0YnYY 9 =
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
APKT11T304-PM 04 |65 |0 O o o o o
APKT11T308-PM 0.8 | 65 |0 o ® O O o o o o
) APKT11T312-PM 1.2 | 65 o o
NS | APKT11T316-PM 16 | 65 o
APKT160408-PM 0.8 |933|0 0 O @ ® O O 0 0 0 o °
APKT160416-PM 16 |933|0 o
APKT11T304-PR 04 | 6.5 o
& APKT11T316-PR 16 | 65 o
APKT0702-XR 6.91
n APKT11T3-XR 6.5 ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B148



Square shoulder milling Indexable mi"ing

Square shoulder milling

'©7
ri—'j/
N

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

v Screw (insert) (1.0Nm)
/’ Wrench (insert) WTO08IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

O  Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
r
; pi— M| ©5582 OROOBDBOBRROO O
w| fo ) fl e K SBs o
; " N & D
88 L S % B 08 86 © #
H O B
NF—mEENNmmFNNNmmEONmN; E
150 rIWRRS 88808588 SSRSSERE88 2 2 55
VUU=2=22000IT000VU00nUYYnYY 9 =
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
APKT11T304-ALH 04 |6.5 ° L)
@ APKT11T308-ALH 0.8 |6.5 ° [ N )]
APKT11T304-APF 04 |6.5 °
$ APKT11T308-APF 0.8 (6.5 o o0 o
-y
APKT11T304-APL 04 |6.5 o ° o
S | APKT11T308-APL 08 |65 o e o
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 [6.5 ° ° ¢} o0 o
@ APKT11T312-APM 1.2 |65 () ° °
APKT11T316-APM 16 |6.5 [ o0
APKT11T320-APM 2 |65 ° ° o0
APKT11T304-LH 04 |6.5
& APKT11T308-LH 08 |65 o
APKT11T308-NM 0.8 (6.5 ° °
APKT11T312-NM 1.2 |65 ° °
APKT11T304-PF 04 |6.5 () o o o
() APKT11T316-PF 16 |65
o
APKT11T304-PM 04 |65|/0 © o o © o
@ APKT11T308-PM 0.8 [6.5|0 o ® O O o o o o
W | APKT11T312-PM 12 |65 o o
APKT11T316-PM 1.6 [6.5 o
APKT11T304-PR 04 |6.5 o
&’ APKT11T316-PR 16 |65 o
APKT11T3-XR 6.5 ° o0
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Square shoulder milling Indexable mi"ing

Square shoulder milling A

Turning

2T e =
ua % L1

»
Weldon shank
)]
=
Dimensions [mm] Inserts E
Article sie | Stock Teeth | No. of inserts
@D e od L, L l\ ()
EMP04-020-XP20-AP11-01 ° 20 294 20 45 120 1 3 0.3
EMP04-025-XP25-AP11-02 ° 25 389 25 55 130 2 8 0.4
APKT11T3
EMP04-032-XP32-AP11-02 ° 32 48.5 32 65 140 2 10 0.7 C
EMP04-040-XP40-AP11-02 ° 40 58 40 75 150 2 14 1.3
® Ex stock o On demand
** With internal cooling
)]
=
E
o
Spare parts
Insert APKT11T3
@D 20-40
. 160M2.5%6.5T
v Screw (insert) (1.0Nm) D
/’ Wrench (insert) WTO8IS — CC)
c 2
2%
c
< £
o O
=
x
(9]
©
=
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
; pi— M| SBERHBDBER OROOBDBOBRROO O
w| fo ) fl e K SBs o
; " N & D
88 L S % B 08 86 © #
H O B
NF—mEENNmmFNNNmmEONmN; E
150 rIWRRS 88808588 SSRSSERE88 2 2 55
VUU=2=22000IT000VU00nUYYnYY 9 =
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
APKT11T304-ALH 04 |6.5 ° L)
@ APKT11T308-ALH 0.8 |6.5 ° [ N )]
APKT11T304-APF 04 |6.5 °
$ APKT11T308-APF 0.8 (6.5 o o0 o
-y
APKT11T304-APL 04 |6.5 o ° o
S | APKT11T308-APL 08 |65 o e o
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 [6.5 ° ° ¢} o0 o
@ APKT11T312-APM 1.2 |65 () ° °
APKT11T316-APM 16 |6.5 [ o0
APKT11T320-APM 2 |65 ° ° o0
APKT11T304-LH 04 |6.5
& APKT11T308-LH 08 |65 o
APKT11T308-NM 0.8 (6.5 ° °
APKT11T312-NM 1.2 |65 ° °
APKT11T304-PF 04 |6.5 () o o o
() APKT11T316-PF 16 |65
o
APKT11T304-PM 04 |65|/0 © o o © o
@ APKT11T308-PM 0.8 [6.5|0 o ® O O o o o o
W | APKT11T312-PM 12 |65 o o
APKT11T316-PM 1.6 [6.5 o
APKT11T304-PR 04 |6.5 o
&’ APKT11T316-PR 16 |65 o
APKT11T3-XR 6.5 ° o0
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
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Square shoulder milling Indexable mi"ing

Square shoulder milling

s o0 P &P P PP &

Straight shank

Dimensions [mm] Inserts
Article e | Stock Teeth
' @D e od L, L | -
EMP05-016-G16-AD08-C S ° 16 19 16 33 120 4 0.154 ADKTO0803L & ADKT0903R
EMP05-020-G20-AD10-C S ° 20 23 20 35 130 4 0.262 ADKT1003L & ADKT1003R
EMP05-025-G25-AD12-C 5k [ 25 29 25 45 140 4 0.425
ADKT12T3L & ADKT12T3R
EMP05-040-G32-AD12-C sk [ 40 40 32 55 160 6 0.943
EMP05-032-G32-AD15-C sk ° 32 34 32 50 150 4 0.425
ADKT1605L & ADKT1505R
EMP05-050-G40-AD15-C b ° 50 50 40 70 170 6 1.612
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ADKTO0803L & ADKT1003L & ADKT12T3L & ADKT12T3L & ADKT1605L & ADKT1605L &
ADKTO0903R | ADKT1003R | ADKT12T3R | ADKT12T3R | ADKT1505R | ADKT1505R
@D 16 20 25 40 50
v Screw (insert) 160M2.2x5.5 160M3x7 160M3x7 143M4x8 143M4x8
(0.8Nm) (1.8 Nm) (1.8 Nm) (3.4 Nm) (3.4Nm)
. 160M2.5%6.5T
v Screw (insert) (1.0Nm)
9/ Wrench (insert) WTO7IP WTO8IP WTO9IP WTO9IP
| Wrench (insert) WT155 WT155

System code ) B32

Grade selection ) B31

Technical info ) B617

Cutting data > B312
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Indexable mllling Square shoulder milling

ADKT L S d
08 03 7.96 3 24
O  Ideal machining conditions 10 03 10 3.2 2.8
€3 Normal machining conditions 1273 | 1244 | 39 35
Milling inserts €8  Unfavourable machining conditions 16 05 16 5 44
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3BB3HDBH BB Dk HPHBHE OO0 O
M| DHHBE DWODBBHHBOO O
K SR @)
N D D
S CCIE X O% HH & €k
H O D
N.—.—UM‘EENNMM-—NNNmmﬁonN‘_ H
IS0 W RRddn2ARE2SRASRIARIQE |2 |85
UUU=SZ=2Z2000TVV0VYVUYUVUYaUnVY 9 =
[ea Qe J e R el sl ~a R el aa Jiea ) oa Jifaa Wifaa Wfaa i a'a Jifa'a Wi a'a i 'a WY a'a W a'a Wifa'a i a2 )l g b4 [alya)
S>> >>>>>>>>>>> |5 ==
ADKT080308L-GM 533 °
=~ ADKT100308L-GM 6.44 °
— ADKT12T308L-GM 8 °
ADKT160508L-GM 9.62 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions ADKT L S d
€3 Normal machining conditions 09 03 10 2.8 24
&% Unfavourable machining conditions 1003 | 11.65 3.5 2.8
12 T3 15 3.9 3.54
Milling inserts 1505 | 17.05 | 495 | 45
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBE BD Dk HPHBE OO0 O
n/821 M| Sooon OBOGBGBBOO O
S
© K SO @)
w-for(CINef-  odff
o] \\LJ N S Dk
s 15°3-
L S I O% B & &
H O B
NFPmEENNMm—NNNmmuIﬁonN; LLr‘—)‘
IS0 W SR22888 088228588 RReRR 2 2 |55
VUU=Z=ZZ2000ITV0VUVWULUYaYnVY 9 =
[ea g R e N e s N s N ea ) lfoaliaa B oa Mifaa B oa ifa'a e Mifaa W ca Wi a'a Wi a B e} b= =z [alya)
S>E>>>5S>>>>>>>>>>>>>>>> |5 |>>
ADKT090308R-GM 5 °
—= ADKT100308R-GM 6.04 °
n— ADKT12T308R-GM 8.16 °
ADKT150508R-GM 8.81 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
<o
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Square shoulder milling Indexable mi"ing

Square shoulder milling

s o0 P &P P PP &

Turning

Milling

N

Drilling

O

Technical
Information

Index

[a)] kel
Q [S]
e
L1
L
Dimensions [mm] Inserts
Article e | Stock Teeth
' @D e od L, L =
EMP05-5017-G16-AD08-C x o 17 8.5 16 33 120 2 0.166 ADKTO0803L & ADKTO903R
EMP05-5020-G20-AD10-C b o 20 9.5 20 35 130 2 0.275
ADKT1003L & ADKT1003R
EMP05-5021-G20-AD10-C x® o 21 9.5 20 35 130 2 0.282
EMP05-5025-G25-AD12-C * o 25 125 25 45 140 2 0.453
EMPO05-5026-G25-AD12-C sk o 26 12.5 25 45 140 2 0.467 ADKT12T3L & ADKT12T3R
EMP05-5040-G32-AD12-C S o 40 125 32 55 160 3 1.02
EMP05-5S032-G32-AD15-C £ o 32 14.5 32 50 150 2 0.81
EMP05-5033-G32-AD15-C x o 33 14.5 32 50 150 2 0.829 ADKT1605L & ADKT1505R
EMP05-S050-G40-AD15-C *® o 50 14.5 40 70 170 3 1.725
® Ex stock © On demand
* With internal cooling
Spare parts
ADKTO0803L & ADKT1003L & ADKT1003L & ADKT12T3L & ADKT12T3L & ADKT12T3L & ADKT1605L & ADKT1605L & ADKT1605L &
Insert ADKT0903R ADKT1003R ADKT1003R ADKT12T3R ADKT12T3R ADKT12T3R ADKT1505R ADKT1505R ADKT1505R
@D 17 20 21 25 26 40 32 33 50
v Screw 160M2.2x5.5 160M3x7 160M3x7 160M3x7 143M4x8 143M4x8 143M4x8
(insert) (0.8 Nm) (1.8Nm) (1.8Nm) (1.8Nm) (3.4Nm) (3.4Nm) (3.4Nm)
v Screw 160M2.5%6.5T | 160M2.5%6.5T
(insert) (1.0Nm) (1.0 Nm)
W h 5
> (ir:‘;’:r‘t) WTO7IP | WTOSIP | WTOSIP | WTO9IP | WTO9IP | WTO9IP
| Wrench WT155 | WT155 | WT15s
(insert)
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

ADKT L S d
08 03 7.96 3 24
O  Ideal machining conditions 10 03 10 3.2 2.8
€3 Normal machining conditions 1273 | 1244 | 39 35
Milling inserts €8  Unfavourable machining conditions 16 05 16 5 44
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3BB3HDBH BB Dk HPHBHE OO0 O
M| DHHBE DWODBBHHBOO O
K SR @)
N D D
S CCIE X O% HH & €k
H O D
N.—.—UM‘EENNMM-—NNNmmﬁonN‘_ H
IS0 W RRddn2ARE2SRASRIARIQE |2 |85
UUU=SZ=2Z2000TVV0VYVUYUVUYaUnVY 9 =
[ea Qe J e R el sl ~a R el aa Jiea ) oa Jifaa Wifaa Wfaa i a'a Jifa'a Wi a'a i 'a WY a'a W a'a Wifa'a i a2 )l g b4 [alya)
S>> >>>>>>>>>>> |5 ==
ADKT080308L-GM 533 °
=~ ADKT100308L-GM 6.44 °
— ADKT12T308L-GM 8 °
ADKT160508L-GM 9.62 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions ADKT L S d
€3 Normal machining conditions 09 03 10 2.8 24
&% Unfavourable machining conditions 1003 | 11.65 3.5 2.8
12 T3 15 3.9 3.54
Milling inserts 1505 | 17.05 | 495 | 45
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBE BD Dk HPHBE OO0 O
n/821 M| Sooon OBOGBGBBOO O
S
© K SO @)
w-for(CINef-  odff
o] \\LJ N S Dk
s 15°3-
L S I O% B & &
H O B
NFPmEENNMm—NNNmmuIﬁonN; LLr‘—)‘
IS0 W SR22888 088228588 RReRR 2 2 |55
VUU=Z=ZZ2000ITV0VUVWULUYaYnVY 9 =
[ea g R e N e s N s N ea ) lfoaliaa B oa Mifaa B oa ifa'a e Mifaa W ca Wi a'a Wi a B e} b= =z [alya)
S>E>>>5S>>>>>>>>>>>>>>>> |5 |>>
ADKT090308R-GM 5 °
—= ADKT100308R-GM 6.04 °
n— ADKT12T308R-GM 8.16 °
ADKT150508R-GM 8.81 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
<o
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Square shoulder milling Indexable milllng

Square shoulder milling

EMP0O9 Kr:90° 0 0

Dimensions [mm]

Inserts

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

EMP09-040-A16-LN08-05C x® ° 40 16 40 8 5 A 0.27
EMP09-040-A16-LN08-06C b o 40 16 40 8 6 A 0.22
EMP09-050-A22-LN08-06C x ° 50 22 40 8 6 A 0.38
EMP09-050-A22-LN08-07C x ° 50 22 40 8 7 A 0.35
EMP09-063-A22-LN08-08C x ° 63 22 40 8 8 A 0.63 LNKTO804PNR**
EMP09-063-A22-LN08-10C % o 63 22 40 8 10 A 0.59
EMP09-063-A27-LN08-10C b ° 63 27 50 8 10 A 0.73
EMP09-080-A27-LN08-10C x o 80 27 50 8 10 A 1.29
EMP09-080-A27-LN08-12C £ ° 80 27 50 8 12 A 1.3
EMP09-040-A16-LN12-04C % ° 40 16 40 1.5 4 A 0.19
EMP09-050-A22-LN12-05C x ° 50 22 40 11.5 5 A 0.33
EMP09-050-A22-LN12-06C b ° 50 22 40 11.5 6 A 0.32
EMP09-063-A22-LN12-06C £ [ 63 22 40 11.5 6 A 0.53
EMP09-063-A22-LN12-08C b [¢) 63 22 40 11.5 8 A 0.6
EMP09-080-A27-LN12-07C £ ° 80 27 50 11.5 7 A 1.18
EMP09-080-A27-LN12-10C b ° 80 27 50 11.5 10 A 1.24
EMP09-100-B32-LN12-09C £ ° 100 32 50 11.5 9 B 1.62 LNKT1206PNR**
EMP09-100-B32-LN12-13C x [¢) 100 32 50 11.5 13 B 1.69
EMP09-125-B40-LN12-11C x ° 125 40 63 11.5 11 B 3.25
EMP09-125-B40-LN12-16C b o 125 40 63 11.5 16 B 3.17
EMP09-125-B40-LN12-17C x o 125 40 63 11.5 17 B 3.16
EMP09-130-B40-LN12-13C % [¢) 130 40 63 11.5 13 B 335
EMP09-160-B40-LN12-12C £ ° 160 40 63 11.5 12 B 6.42
EMP09-200-C60-LN12-16 [¢) 200 60 70 11.5 16 C 8.83
EMP09-050-A22-LN16-05C b o 50 22 40 15 5 A 0.32
EMP09-063-A22-LN16-05C b [¢) 63 22 40 15 5 A 0.6
EMP09-063-A22-LN16-06C x o 63 22 40 15 6 A 0.58 LNKT1607PNR™
EMP09-063-A27-LN16-06C % ° 63 27 50 15 6 A 0.72

® Ex stock © On demand

* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Square shoulder milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
@D od L Ap max M
EMP09-080-A27-LN16-06C 3 (] 80 27 50 15 6 A 1.28
EMP09-100-B32-LN16-08C sk [ 100 32 50 15 8 B 1.68
EMP09-100-B32-LN16-10C 3 o 100 32 50 15 10 B 1.76
EMP09-125-B40-LN16-10C sk [ 125 40 63 15 10 B 3.25
EMP09-160-B40-LN16-12C sk [ 160 40 63 15 12 B 6.35
; LNKT1607PNR**
EMP09-160-B40-LN16-16C b o 160 40 63 15 16 B 6.32
EMP09-200-C60-LN16-16 o 200 60 70 15 16 C 8.71
EMP09-250-C60-LN16-12 o 250 60 70 15 12 C 124
EMP09-250-C60-LN16-18 o 250 60 70 15 18 C 121
EMP09-315-D60-LN16-16 o 315 60 80 15 16 D 229
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert LNKTO804PNR** LNKT1206PNR** LNKT1607PNR**
@D 40-80 40-250 40-360
v Screw (insert) 160M3x7 160M4x12 160M5x13
(1.8 Nm) (3.4 Nm) (6.7 Nm)
/ Wrench (insert) WTO9IP
& | Wrench (insert) WT15IS WT20IS
LNKT L S d
O Ideal machining conditions 0804 | 875 | 445 34
€3 Normal machining conditions 12 06 127 | 6.75 44
Milling inserts €8  Unfavourable machining conditions 1607 | 1605 | 735 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOROOS ©O 0% 0098 00 0
M| DHHBE DRODBDPBHHBOO O
L
K SRR @)
N D D
S & 9B O®% ©HH & €
H O St
N__m;;NNMMFNNNMmEQNmN; E
150 Wi ir@asadadmldK3822R88RI8RgA = [£ |85
UUU=SZ=2Z2000TVV0VUYUVUYaUYnVY ) = A
[ea Qe Qe R el sl ~a li el aa Jiea ) oa Jifaa Wifaa Wfaa i a'a Jifa'a Wi a'a Wi e'a i a'a W a'a WY e a i a2 )l g b4 [alya)
S>> >>>>>>>>>>> |5 ==
'— LNKT080404PNR-GL 8.5 |04 ° ° °
O LNKT120608PNR-GL 13 |08 o o o
—A LNKT160708PNR-GL 15 /0.8 ° ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Square shoulder milling Indexable milllng

LNKT L S d
O  Ideal machining conditions 08 04 8.75 4.45 34
€3 Normal machining conditions 1206 | 127 | 6.75 4.4
Milling inserts €% Unfavourable machining conditions 1607 | 1605 | 735 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P G558 SH B SPHBHE OO0 O
M| DRODBEE DROOPOHRROO O
K SPL R @)
w N St D &%
= s G B 08 66 & @
! EE——
H O B
N-—-—m‘—‘—NNmm—NNNmmquonN\— E
IS0 W r|2228882838223~r8R83333K82 |2 |55
J00U===000Z000U0UAVOURVAVIY (U =&
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
S>> >>>>>>> |5 |[=>
LNKT080404PNR-GM 85 |04 ° °
ﬁ?! LNKT120608PNR-GM 13 0.8 ° ° °
LNKT160708PNR-GM 15 10.8 ° o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

e
-

Dimensions [mm]

Inserts

. - .
Article sz | Stock o0 . o ) Tli)evtvh Teeth | Coupling M
EMP09-032x38-A16-LN08-03C x o 32 38 16 55 3 15 A 0.18
EMP09-040x38-A16-LN08-04C S o 40 38 16 55 4 20 A 0.32 LNKTOB04PNR-GM
EMP09-040x43-A16-LN12-02C sk o 40 43 16 70 28 A 04
EMP09-050x43-A22-LN12-03C x [] 50 43 22 70 3 12 A 0.64
EMP09-050x63-A22-LN12-03C x o 50 64.6 22 85 3 18 A 0.73
EMP09-063x43-A27-LN12-04C S o 63 43 27 70 ) -4 6
EMP09-063x53-A27-LN12-04C S ° 63 53 27 80 4 A
EMP09-063x85-A27-LN12-04C x o 63 85 27 110 4 32 A 1.152 LNKT1206PNR-GM
EMP09-080x53-A27-LN12-05C x o 80 53 27 80 5 25 A 2.33
EMP09-080x53-A32-LN12-05C £ o 80 54.6 32 80 525A233
EMP09-080x74-A32-LN12-05C x o 80 74 32 100 5 35 A
EMP09-100x65-A40-LN12-06C x o 100 65 40 90 6 36 A 3.57
EMP09-125x54-A40-LN12-07C sk [} 125 54 40 80 735-A-553
® Ex stock © On demand
*< With internal cooling
Spare parts
Insert LNKT0804PNR-GM LNKT1206PNR-GM
oD 25-80 40-150
v Screw (insert) 160M3x7 160M4x12
(1.8Nm) (3.4Nm)
e Wrench WT15IS
% Wrench (insert) WTO09IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B160 v



Square shoulder milling Indexable milllng

O  Ideal machining conditions LNKT L S d
€3 Normal machining conditions 08 04 8.75 4.45 34
Milling inserts §%  Unfavourable machining conditions 1206 | 127 | 675 | 44
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
L
K SRR o
w N St D &
= s G B 08 66 & @
. EE—
H O B
NF—mEENNMMFNNNmmuIﬁonN‘_ E
IS0 WIir 233 dR822RA383323g42 |2 |53
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
'— LNKT080404PNR-GL 85 |04 ° ° °
() | LNKT120608PNR-GL 13 |08 . o o
LNKT080404PNR-GM 8.5 |04 ° °
('! LNKT120608PNR-GM 13 10.8 ) ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

A

Turning

@D

aPmax

L1

Weldon shank

Milling

Dimensions [mm]

Inserts

Article s | Stock Teeth
' oD | od L, L | apme M
EMP09-018-XP20-LN08-02C x o 18 20 25 100 8 2 0.2
EMP09-020-XP20-LN08-03C S o 20 20 25 100 8 3 0.26
C EMP09-022-XP20-LN08-03C S o 22 20 25 100 8 3 0.22
EMP09-025-XP25-LN08-03C sk o 25 25 100 8 3 0.36
LNKTO804PNR**
EMP09-025-XP25-LN08-04C x® ° 25 25 32 100 8 4 0.4
EMP09-032-XP32-LN08-04C sk o 32 32 40 115 8 4 0.695
o EMP09-032-XP32-LN08-05C b ° 32 32 40 115 8 5 0.715
é EMP09-040-XP40-LN08-06C S o 40 40 40 125 8 6 1.154
E EMP09-025-XP25-LN12-02C 5k o 25 25 32 100 1.5 2 0.3
EMP09-032-XP32-LN12-03C sk o 32 32 115 11.5 3 0.63
EMP09-035-XP32-LN12-03C *® o 35 32 40 115 11.5 3 0.69 LNKT1206PNR**
EMP09-040-XP40-LN12-03C S o 40 40 40 125 1.5 3 1.139
EMP09-040-XP40-LN12-04C S o 40 40 125 1.5 4 1.1
D ® Ex stock 0 On demand
% With internal cooling
c
© O
U 4=
c g Spare parts
<
a7 :é Insert LNKT0804PNR** LNKT1206PNR**
i £ @D 16-45 20-50
v Screw (insert) 160M3x7 160M4x12
(1.8Nm) (3.4Nm)
A | Wrench WT151S
E ¢~ | Wrench (insert) WT09IP WT15IP )Y
<
(9]
©
£
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B162 v



Square shoulder milling Indexable milllng

O  Ideal machining conditions LNKT L S d
€3 Normal machining conditions 08 04 8.75 4.45 34
Milling inserts §%  Unfavourable machining conditions 1206 | 127 | 675 | 44
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
L
K SRR o
w N St D &
T s % B 06 66 ©
. EE—
H O B
N——mEENNMMFNNNmmUIﬁonNE E
IS0 Wi irRddmnldRSS2RAL]IRIRIAL= = |55
UUU=Z=22000IT000VU00nUYaYnYl 9 =
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
'— LNKT080404PNR-GL 85 |04 ° o0 °
() | LNKT120608PNR-GL 13 |08 . ee o
LNKT080404PNR-GM 8.5 |04 ° ° o0 o
LNKT080408PNR-GM 85 108|0 ¢} o0
LNKT080412PNR-GM 85 |1.2|0
LNKT080415PNR-GM 85 |15 ¢}
Q LNKT120608PNR-GM 13 0.8 ° o e o0 o
LNKT120612PNR-GM 13 |1.2]0 o ° o
LNKT120616PNR-GM 13 |16]|0 o o o
LNKT120624PNR-GM 13 |24 ° °
LNKT120632PNR-GM 13 [3.2 o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

g(e

f

ap

ap

~
C
Dimensions [mm] Inserts
. . .

Article sz | Stock o0 o ) . Teeth Coupling ——1‘
EMP13-040-A16-AN11-04C x o 40 16 40 11.2 4 A 0.45
EMP13-044-A16-AN11-04C b o 44 22 40 11.2 4 A 0.52
EMP13-050-A22-AN11-06C £ [} 50 22 40 1.2 6 A 0.3
EMP13-063-A22-AN11-06 S o 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07C x o 63 22 40 11.2 7 A 0.49
EMP13-080-A27-AN11-07 %k o 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-07C b o 80 27 50 11.2 7 A 1.07 ANGX1105
EMP13-080-A27-AN11-09C b o 80 27 50 1.2 9 A 1.18
EMP13-100-B32-AN11-12 ° 100 32 50 11.2 12 B 1.46
EMP13-100-B32-AN11-12C £ o 100 32 50 11.2 12 B 1.46
EMP13-125-B40-AN11-14 o 125 40 63 11.2 14 B 2.92
EMP13-125-B40-AN11-14C S 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 S (] 50 22 40 14.5 4 A 0.26
EMP13-060-A22-AN15-05C x o 60 22 40 14.5 5 A 0.53
EMP13-063-A22-AN15-05C 5k ° 63 22 40 14.5 5 A 0.53
EMP13-080-A27-AN15-06C b ° 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 x® o 100 32 50 14.5 8 B 1.52 ANGX1506
EMP13-125-B40-AN15-10 ° 125 40 63 14.5 10 B 3.05
EMP13-125-B40-AN15-10C b 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
EMP13-250-C60-AN15-18 o 250 60 63 14.5 18 C 12.86

® Ex stock o On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<>

B164



Square shoulder milling Indexable milllng

Spare parts

Insert ANGX1105 ANGX1506

@D 40-160 50-250

¥ | screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)

| Wrench (insert) WT09IS WT15IS

O Ideal machining conditions ANGX L S d
€5 Normal machining conditions 1105 | 11.85 5.7 35
MiIIing inserts €% Unfavourable machining conditions 1506 | 1543 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P BB DBHE BH Dk HPHBHE OO0 O
M| DBHHDBSE GROOBDBHBBEROO |O
d] K SRR @)
N D SR
S LI OB BH S €3
H O St
(sn) NN onim o NN n & o~ o e
— — B — wn — —
150 wir2238882R5B228 5888828400 |0 |52
UUU=SZ=Z2000IT00000nUOYYnYY 9 - N
[oa e R e e e R e e R wa R aa | lf~a liyaa JYaa MY aa Ra'a JiYa'a Ry o'a WY 'a R c'a MY 'a MY c'a MY 2 |l 9t z (alya)
S>> >>>>>>>>>>>>> |5 |=>
ANGX110504PNR-GM 84 (04 ° ° ° °
ANGX110508PNR-GM 84 (08 |e ° ° e o o °
ANGX110520PNR-GM 84 | 2 ° °
) |
_' | ANGX150608PNR-GM 11 |0.8|0 () ° o 0o 0 °
ANGX150612PNR-GM 1 |1.2]0
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 11 | 2 o o °
. ANGX110502PNR-LH 84 0.2 o
a-!
N ANGX110504PNR-LH 84 |04 °
ANGX150608PNR-LH 11 0.8 L]
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

Turning

@D

[
J

od

k—‘l“ L

Weldon shank

()]
=
E Dimensions [mm] Inserts
Article st | Stock Teeth —
o0 | od | L L | ayme W
EMP13-025-XP25-AN11-02C x ° 25 25 32 100 11.2 2 0.31
EMP13-032-XP32-AN11-03C S ° 32 32 40 115 11.2 3 0.61 ANGX1105
C EMP13-040-XP32-AN11-04C x [ 40 32 40 125 11.2 4 0.75
EMP13-032-XP32-AN15-02C x [ 32 32 40 125 11.2 2 0.66
; ANGX1506
EMP13-040-XP32-AN15-03C b ° 40 32 40 125 11.2 3 0.76
® Ex stock © On demand
o)) * With internal cooling
c
=
(@)
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
D v Screw (insert) 160M3x9 160M4x12
(1.8Nm) (3.4Nm)
c
© O
2% | Wrench (insert WT09IS WT1slS
< £
o O
=
x
(0]
©
=
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B166



Square shoulder milling Indexable milllng

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
od] | K BB O
o N St D &
S CEECK O&% HBH & &
H O B
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
ISO W r 338 arlQ82SRaA8/RIR42 |2 |55
J0U0U=S==2000Z00VURVOURAVARAVLY (U |=&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
ANGX110504PNR-GM 84 |04 ° ° ° °
ANGX110508PNR-GM 84 |08 e ° ° o o0 °
ANGX110520PNR-GM 84 | 2 ° °
@
ﬂ ANGX150608PNR-GM 11 [0.8|0 o o o ) °
ANGX150612PNR-GM 1 [1.2]0
ANGX150616PNR-GM 11 (1.6 () ° ()
ANGX150620PNR-GM 11 2 L) ()
. ANGX110502PNR-LH 84 0.2 o
a-!
A(,\‘ ANGX110504PNR-LH 84 |04 °
ANGX150608PNR-LH 11 0.8 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

'»Eﬂ
¢

f

{ I
: ‘ o
' 8 - 3
L
L
| Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth —
' @D e od L, L | 2 |
EMP13-025-G25-AN11-02C £ ° 25 11.2 25 32 100 11.2 2 0.31
EMP13-032-G32-AN11-03C S ° 32 11.2 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04C S [ 40 1.2 32 40 125 11.2 4 0.75
EMP13-032-G32-AN15-02C x® [] 32 145 32 40 125 14.5 2 0.66
; ANGX1506
EMP13-040-G32-AN15-03C b ° 40 14.5 32 40 125 14.5 3 0.76
® Ex stock © On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3x9 160M4x12
(1.8Nm) (3.4Nm)
A | Wrench (insert) WT09IS WT15IS ‘
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B168 ‘



Square shoulder milling Indexable milllng

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
od] | K BB O
o N St D &
S CEECK O&% HBH & &
H O B
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
ISO W r 338 arlQ82SRaA8/RIR42 |2 |55
J0U0U=S==2000Z00VURVOURAVARAVLY (U |=&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
ANGX110504PNR-GM 84 |04 ° ° ° °
ANGX110508PNR-GM 84 |08 e ° ° o o0 °
ANGX110520PNR-GM 84 | 2 ° °
@
ﬂ ANGX150608PNR-GM 11 [0.8|0 o o o ) °
ANGX150612PNR-GM 1 [1.2]0
ANGX150616PNR-GM 11 (1.6 () ° ()
ANGX150620PNR-GM 11 2 L) ()
. ANGX110502PNR-LH 84 0.2 o
a-!
A(,\‘ ANGX110504PNR-LH 84 |04 °
ANGX150608PNR-LH 11 0.8 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B169

Turning

Milling

N

Drilling

O

Technical
Information

Index



Indexable mllling Square shoulder milling

Square shoulder milling

Turning
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od

Dimensions [mm] Inserts
Article sz | Stock Teeth | No.of inserts
‘ @0 | e | od | L
EMP13-050x43-A22-AN11-03 ° 50 43 22 60 3 12 0.52
ANGX1105
EMP13-063x64-A27-AN11-04 o 63 64 27 80 4 24 1.15
EMP13-063x53-A27-AN15-03 o 63 53 27 75 3 12 1.14
EMP13-080x53-A32-AN15-04 ° 80 53 32 75 4 16 1.82
ANGX1506
EMP13-082x67-A32-AN15-04 o 80 67 32 920 4 20 2.2
EMP13-080x75-A32-AN15-05 o 80 75 32 95 5 30 2.07
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 50-63 63-120
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
| Wrench (insert WT09IS WT151S
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B170 v



Square shoulder milling Indexable milllng

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
od] | K BB O
o N St D &
S CEECK O&% HBH & &
H O B
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
ISO W r 338 arlQ82SRaA8/RIR42 |2 |55
J0U0U=S==2000Z00VURVOURAVARAVLY (U |=&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
ANGX110504PNR-GM 84 |04 ° ° ° °
ANGX110508PNR-GM 84 |08 e ° ° o o0 °
ANGX110520PNR-GM 84 | 2 ° °
@
ﬂ ANGX150608PNR-GM 11 [0.8|0 o o o ) °
ANGX150612PNR-GM 1 [1.2]0
ANGX150616PNR-GM 11 (1.6 () ° ()
ANGX150620PNR-GM 11 2 L) ()
. ANGX110502PNR-LH 84 0.2 o
a-!
A(,\‘ ANGX110504PNR-LH 84 |04 °
ANGX150608PNR-LH 11 0.8 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

@D

[\
[

od

L

Weldon shank

Dimensions [mm] Inserts
Article sz | Stock Teeth | No. of inserts ——
o0 | e | ed | L | L W
EMP13-032x43-XP32-AN11-02 o 32 43 32 48 115 2 8 0.61
EMP13-040x43-XP32-AN11-03 o 40 43 32 55 125 3 12 0.79 ANGX1105
EMP13-050x60-XP40-AN11-03C S o 50 60 40 160 3 18 1.53
EMP13-040x40-XP32-AN15-02 [} 40 40 32 55 115 2 6 0.79
ANGX1506
EMP13-050x53-XP40-AN15-02 o 50 53 40 70 145 2 8 1.53
® Ex stock © On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 32-60 40-50
v Screw (insert) 160M3x9 160M4x12
(1.8 Nm) (3.4Nm)
A | Wrench (insert) WT09IS WT15IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
B172 v



Square shoulder milling Indexable milllng

O  Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
od] | K BB O
o N St D &
S CEECK O&% HBH & &
H O B
N.—.—m'—‘—NNmm-—NNNmmquonN\— E
ISO W r 338 arlQ82SRaA8/RIR42 |2 |55
J0U0U=S==2000Z00VURVOURAVARAVLY (U |=&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
ANGX110504PNR-GM 84 |04 ° ° ° °
ANGX110508PNR-GM 84 |08 e ° ° o o0 °
ANGX110520PNR-GM 84 | 2 ° °
@
ﬂ ANGX150608PNR-GM 11 [0.8|0 o o o ) °
ANGX150612PNR-GM 1 [1.2]0
ANGX150616PNR-GM 11 (1.6 () ° ()
ANGX150620PNR-GM 11 2 L) ()
. ANGX110502PNR-LH 84 0.2 o
a-!
A(,\‘ ANGX110504PNR-LH 84 |04 °
ANGX150608PNR-LH 11 0.8 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

-
ad
A B
Dimensions [mm] Inserts
i ats i =
Article sz | Stock o0 o ) . Teeth Coupling @
EMP14-040-A16-VP22-03C N o 40 16 55 10 3 A 0.234
EMP14-040-A16-VP22-03CA S ° 40 16 55 10 3 A 0.24
EMP14-042-A16-VP22-03C b o 42 16 55 10 3 A 0.256
EMP14-042-A16-VP22-03CA X ° 42 16 55 10 3 A 0.27
EMP14-050-A22-VP22-03C x o 50 22 55 10 3 A
EMP14-050-A22-VP22-03CA X o 50 22 55 10 3 A
EMP14-050-A22-VP22-04C * o 50 22 55 10 4 A 0.352
EMP14-050-A22-VP22-04CA X ° 50 22 55 10 4 A 0.36
EMP14-052-A22-VP22-04C x ° 52 22 55 10 4 A 0.385
EMP14-052-A22-VP22-04CA X ° 52 22 55 10 4 A 0.4
EMP14-063-A27-VP22-04C x ° 63 27 55 10 4 A 0.61
EMP14-063-A27-VP22-04CA S ° 63 27 55 10 4 A 0.62 VPGT2205
EMP14-066-A27-VP22-05C N o 66 27 55 10 5 A 0.625
EMP14-066-A27-VP22-05CA X o 66 27 55 10 5 A 0.68
EMP14-080-A27-VP22-05C x ° 80 27 55 10 5 A 0.95
EMP14-080-A27-VP22-05CA X ° 80 27 55 10 5 A 0.97
EMP14-100-B32-VP22-06C x o 100 32 55 10 6 B 1.4
EMP14-100-B32-VP22-06CA S o 100 32 55 10 6 B 1.32
EMP14-125-B40-VP22-05C b o 125 40 63 10 5 B
EMP14-125-B40-VP22-05CA X o 125 40 63 10 5 B
EMP14-125-B40-VP22-07C x ° 125 40 63 10 7 B 2.7
EMP14-125-B40-VP22-07CA X ° 125 40 63 10 7 B 2.75
® Ex stock © On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o>
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Square shoulder milling Indexable milllng

Spare parts

Insert VPGT2205
@D 20-150
. 160M5x11
v Screw (insert) 67Nm)
) Wrench (insert) WT20IT
QO  Ideal machining conditions VPGT 1.C S d
€5 Normal machining conditions 22 05 12.7 | 5.56 5.5
MiIIing inserts €% Unfavourable machining conditions
VP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBHE BH Dk HPHBHE OO0 O
M| DBHHDBSE GROOBDBHBBEROO |O
K SRR @)
N D SR
S LI OB BH S €3
H O St
(sn) NN m o NN n & o~ o =
— — B — wn — —
IS0 r 2288808009858 858888880 b 5o
UUU=SZ=Z2000IT00000nUOYYnYY 9 - N
[ R R a N e e R R a N o | lfoa e B c'a Mifa'a B oa Mifa'a B oa Bifa'a WY i a'a W' B a2 ) b= =z [alya)
S>E>>>>>>>>>>>>>>>>>>>> > > >
VPGT220502-LP 0.2 o
VPGT220505-LP 0.5 °
VPGT220508-LP 0.8 o °
VPGT220510-LP 1 °
VPGT220515-LP 1.5 o
’ VPGT220520-LP 2 °
b g /1 VPGT220525-LP 25 o o
VPGT220530-LP 3 o °
VPGT220532-LP 3.2 o °
VPGT220540-LP o °
VPGT220550-LP °
VPGT220560-LP 6 o
VPGT220564-LP 6.4 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling

Square shoulder milling

/

ad

/
L
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth Sty
: @0 | od L L | apmee &Qﬂ
EMP14-032-XP32-VP22-02C b ° 32 32 30 125 10 2 0.642
; VPGT2205
EMP14-032-XP32-VP22-02CA b 32 32 30 125 10 2 0.65
® Ex stock o On demand
* With internal cooling
Spare parts
Insert VPGT2205
oD 20-150
X 160M5x11
v Screw (insert) 67Nm)
) Wrench (insert) WT20IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B176



Square shoulder milling Indexable milllng

O  Ideal machining conditions VPGT L I.C S d
€3 Normal machining conditions 22 05 9 12.7 | 5.56 55
MiIIing inserts §%  Unfavourable machining conditions
VP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK O&% HBH & &
H O B
N——mEENNMMFNNNmmUIﬁonNE E
150 R dnlSRISES2RNLIRIBIAL=- = |55
UUU=Z=22000IT000VU00nUYaYnYl ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
VPGT220502-LP 0.2 o
VPGT220505-LP 0.5 °
VPGT220508-LP 0.8 o °
VPGT220510-LP 1 °
VPGT220515-LP 1.5 o
’ VPGT220520-LP 2 °
‘1/@7 VPGT220525-LP 25 o .
VPGT220530-LP 3 o °
VPGT220532-LP 3.2 o °
VPGT220540-LP o °
VPGT220550-LP °
VPGT220560-LP o
VPGT220564-LP 6.4 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Square shoulder milling
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profile miling  INd@xable milling

Profile milling

BMRO1 0 0 &

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

Wrench (insert)

‘&

WTO7IP WTO7IP { w g

/’ Wrench (insert)

i ——
WT15IS WT20IS

System code B32

Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Profile milling

ZDET L 1.C S d
08 T2 8.4 6.75 2.78 2.8
O  Ideal machining conditions 1103 | 106 | 85 | 3.18 | 2.8
€3 Normal machining conditions 13T3 | 132 | 105 | 397 | 44
Milling inserts €8  Unfavourable machining conditions 2204 | 161 | 127 | 476 | 556
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3BB3HDBE BD DBk HPHBHE OO0 O
M| DHHDBE DROOBPBHHBOO O
ag ) K BB o)
&\‘/ N S o6
R7T S LI X O®% HBH &
H O St
M — — NN NN m N NN n E o~ o= 8
150 R E25E082R88558588883800 B o
JUOUS=S00Q0Z000UAVLRVAVY U =«
[ea e R e e R e R e e e e | f~a Jiaa Jiaa MY aa W a'a Mo a Ry o'a WY 'a WY c'a MY 'a MY o'a N 2 | Pt = (alya)
SES>S>S>>S>>>I>>>>>>>>>>>>> |5 |[>>
o ZDET13T3CYR16-PM 16 o o
‘\Uui\.\./,‘
o ZDETO08T2CYR10 10
Ly | ZDET1103CYR12.5 12,5 )
v
-~ ZPNT2204CY(R20) 20
#9 . | ZPNT2204CY(R25) 25
e
WS | ZPNT2204CY(R31) 315 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<o
B180



Profile milling

Indexable milling

O  Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 06 03 | 635 | 635 | 3.18 2.8
Milling inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBE BH Dk HPHDBE OO0 O
M| DBHRHDBSH DRDBHPHBRBOO O
K SRR o
N St €D S8
S CCICK O BB O €
H O S
M — — =z =
150 r 8BS E8B2RRBES858833]3800D b |52
JUUS==200Q0Z000URVOURAVARAVLY (U |=&
[ R e N R a R R ca S ea | lfaa e R oa Bifaa R oa lifa'a i oa Bifaa WY ca Wifaa Wt a B e ¥ b= =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SPMT060304-KT o
—_——
SPMT060304 0.4 ° o
a SPMT120408 08 |o @ © ® O °
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
O Ideal machining conditions SDMT L 1.C S d
€5 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 4.4
Milling inserts €% Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHB35DBE BB Dk BBHBHE OO O
M| DBHHDBEH DHODBDBHBRBOO O
K LK o
N St SR
S CCIE K O&B BB & €=
H O D
N.—.—m'—‘—NNmm-—NNNmm}\onN'— L_)
Is0 r S22 UOBLRS82S85885888%2 2 |55
JUOU=S=S00Q0Z0000iduuldulduy (U =«
[ea g e R e N a R a R el aa Jiaa ) oa Jifaa Wifaa fifaa Rl a'a lfa'a Rl aa M e Wi a'a W a'a Wi a'a a2 | g P4 [alya)
S>> >>>>>>>>>> |5 ==
SDMT090308 0.8 o
—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling Profile milling

Profile milling

BMR02 0 O &

Turning

/ @D ©) od

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

)
/’ Wrench (insert) WT15IS WT20IS WT20IS \

Index

System code B32 Grade selection B31 Technical info B617 Cutting data B312

<
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profile miling  INd@xable milling

ROHX L 1.C S d
O  Ideal machining conditions 12 03 8.5 12 3 4
€5 Normal machining conditions 16 04 | 113 16 4 5
Milling inserts €%  Unfavourable machining conditions 20 05 | 141 | 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P G355 SO B SPHBHE OO0 O
M| DRODBEE OROOPHBRROO O
K SEEEEC @)
N St D &%
S CCICX O&% HBH & &
H O B
N__m—‘—NNmm-—NNNanUIWONMN‘_ 2
150 SRILMLORESSRAIINIIRL2 |2 |58
J0U0US==2000Z00VURVOURAVRAVLY (U =&
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
SES>>>>S>>>>>>>>>>>>>>>> |5 |>>
ROHX1604 o °
(<% ) | ROHX1203 oo °
\
ROHX2005 o ®
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B31 Technical info B617 Cutting data B312

System code B32

B18s3

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Profile milling

Profile milling

/\
@DJ ************************ od @D ‘ ‘ od
R/ L1 R L1
L ! L
A B
Straight shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
l R @D e od L, L @
BMR03-016-G20-S ° 8 16 16 20 70 150 2 B 0.3
XPHT16
BMR03-016-G20-M ° 8 16 16 20 80 180 2 B 0.4
BMR03-020-G25-S ° 10 20 20 25 80 180 2 B 0.5
BMR03-020-G25-M ° 10 20 20 25 100 200 2 B 0.6
XPHT20
BMR03-020-G25-L ° 10 20 20 25 150 250 2 B 0.7
BMR03-020-G25-XL o 10 20 20 25 110 300 2 B 1
BMR03-025-G25-S ° 12.5 25 25 25 80 180 2 B 0.6
BMR03-025-G25-M ° 12.5 25 25 25 100 200 2 B 0.7
XPHT25
BMR03-025-G25-L o 125 25 25 25 110 250 2 B 0.8
BMR03-025-G25-XL o 12,5 25 25 25 120 300 2 B 1
BMR03-030-G32-S o 15 30 30 32 120 200 2 A 1
BMR03-030-G32-M ° 15 30 30 32 150 250 2 A 1.3 XPHT30
BMR03-030-G32-L o 15 30 30 32 200 300 2 A 1.6
BMR03-032-G32-S [ 16 32 32 32 120 200 2 A 1.1
BMR03-032-G32-M ° 16 32 32 32 150 250 2 A 1.4
XPHT32
BMR03-032-G32-L ° 16 32 32 32 200 300 2 A 1.6
BMR03-032-G32-XL o 16 32 32 32 200 350 2 A 2
BMR03-040-G40-S o 20 40 40 40 120 200 2 A 1.6
BMR03-040-G40-M o 20 40 40 40 150 250 2 A 2 XPHT40
BMR03-040-G40-L ° 20 40 40 40 200 300 2 A 25
® Ex stock 0 On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
“
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profile miling  INd@xable milling

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
@D 16 20 25 30 32 40
=~ Clamp CBHSR1
g Clamp WD-208 WD-208
w Screw (clamp) 160M5x%13 160M5x%13 143M6%16
P (6.7 Nm) (6.7 Nm) (9.1 Nm)
w Screw (insert) 160M2.5%6.5 160M4x10 160M5x13 160M5x13 143M6x16 '
(1.0Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1TNm) %
“‘ Screw (insert) 160M3.508TT '
(27Nm) %
A | Wrench (clamp) WT20IT WT20IT WT25IT ’
l
/ Wrench (insert) WT10IP /
) Wrench (insert) WT20IT WT20IT WT25IT
% Wrench (insert) WTO7P
/ﬂ Wrench (insert) WT15S
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
O  Ideal machining conditions 30 30 6.35 5.8
€3 Normal machining conditions 32 32 6.35 5.8
Milling inserts €%  Unfavourable machining conditions 40 4 | 794 | 68
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBBDBE BH Dk HPHBE OO O
M| DBHHDBSH DBROOBBHBRROO |O
K SRR o
N St €D S8
S CCICK OB HBH &
H O St
N-—-—’“'—‘—NNmm-—NNNmmquonN\— k\'—)
150 R1a|SR3888LRRBESSRE8SRQ202 |2 |55
JUUS=2=200Q0Z000URVOURAVARAVY (U |=&
[ R N e N e R e R a N o | lfoa e B oa Wifaa B oa ifa'a i oa Bifa'a WY e Wi a'a MY a B e ¥ b= =z [alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
9 XPHT25R1204-GM 12.5 o) [
XPHT30R1506-GM 15 | 11 °
XPHT32R1606-GM 16 [ ]
XPHT40R2007-GM 20 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Profile milling

Profile milling

2D D od @Dﬁ H D od
R R/ L
L
A B
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
l R @D e od L, L g
BMR03-016-XP20-M ° 8 16 16 20 60 11 2 B 0.2 XPHT16
BMR03-020-XP25-M ° 10 20 20 25 70 127 2 B 0.3
XPHT20
BMR03-020-XP25-L ° 10 20 20 25 80 150 2 B 0.4
BMR03-025-XP25-M ° 12.5 25 25 25 80 137 2 B 0.4 XPHT25
BMRO03-025-XP25-L ° 12,5 25 25 25 100 200 2 B 0.6
BMR03-030-XP32-M ° 15 30 30 32 100 161 2 A 0.8
XPHT30
BMR03-030-XP32-L ° 15 30 30 32 150 250 2 A 1.3
BMR03-032-XP32-M [ 16 32 32 32 100 161 2 A 0.8 XPHT32
BMR03-032-XP32-L o 16 32 32 32 120 250 2 A 1.3
BMRO03-040-XP40-M o 20 40 40 40 100 175 2 A 1.3
XPHT40
BMR03-040-XP40-L ° 20 40 40 40 120 250 2 A 2
BMR03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHTS0
BMRO03-050-XP50-L o 25 50 50 50 150 250 2 A 3.1
® Ex stock o0 On demand
*< With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o
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profile miling  INd@xable milling

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 16 20 25 30 32 40 50
& camp CBHS5R1 | CBHSR1
g Clamp WD-208 | WD-208
w Screw (clamp) 160M5x13 160M5x13 143M6x16 143M6X%16
P 67Nm) | (67Nm) | (9.1Nm) | (9.1Nm)
. 160M2.5%6.5 160M4x10 160M5%13 160M5x13 143M6X%16 143M8x21 '
w Screw (insert)
(1.0Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) %
“‘ Screw (insert) I60M3.5>08TT '
(27 Nm) %
P Wrench WT20T | WT20IT | WT25IT | WT25IT 3
(clamp) G
l
/ Wrench (insert) WT10IP /
) Wrench (insert) WT20IT WT20IT WT25IT WT30IT
% Wrench (insert) WTO7P
/ Wrench (insert) WT15S
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
30 30 6.35 5.8
O Ideal machining conditions 32 32 6.35 5.8
€5 Normal machining conditions 40 40 7.94 6.8
MiIIing inserts §%  Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P G355 SO G S8HBe OO0 |O
M| DBBRHDBSH DO HPHBRBOO O
K SeL AR O
N S B &%
S CCICX OB BB © &
H O B
N‘_,_m'—‘—NNmrn-—NNNanUI\ONMN‘_ 2
IS0 R|Ia|QRIIS0LKRE2SSNSIITILAQT |2 |33
UUUZS=2Z2000TVVVUYUVUYUYaUVUnYY ) = N
[Sa el ea e N R aa W aa i aa M aa f o Wi aa e WY a'a i a2 s a Wi 'a B 'a B a'a Wi 'a Wi a'a B 'a } 7 =z [ala)
SES>>5>>>>>>>>>>>>>>>>>> |> |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 125| 9 ) °
&P | XPHT30R1506-GM 15 |11 .
XPHT32R1606-GM 16 | 9 °
XPHT40R2007-GM 20 [
XPHT50R2507-GM 25 [
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Profile milling

Profile milling

ad

oD
R

QLT

2]

d

L

Morse taper shank

B1ss

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' R | oD | e | od | L L g
BMR03-020-MT3-M o 10 20 20 18.7 70 156 2 B 0.4 WPHT20
BMR03-020-MT3-L o 10 20 20 18.7 100 186 2 B 0.4
BMR03-025-MT3-M o 125 25 25 235 70 156 2 B 0.4 XPHT25
BMR03-025-MT3-L o 125 25 25 235 100 186 2 B 0.4
BMR03-030-MT4-M o 15 30 30 28.2 70 189 2 A 0.8 PHT30
BMR03-030-MT4-L o 15 30 30 282 120 229 2 A 1
BMRO03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9 XPHT32
BMRO03-032-MT4-L ° 16 32 32 29.2 100 209 2 A 0.9
BMR03-040-MT5-L o 20 40 40 36.9 920 226 2 A 1.8 XPHT40
BMR03-050-MT5-M ° 25 50 50 46.8 100 236 2 A 2.2 XPHTS0
BMR03-050-MT5-L o 25 50 50 46.8 150 286 2 A 29
® Ex stock 0 On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o




profile miling  INd@xable milling

Spare parts

Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 20 25 30 32 40 50
=~ Clamp CBH5R1 CBHSR1
g Clamp WD-208 WD-208
w Screw (clamp) 160M5x%13 160M5x%13 143M6%16 143M6%16
P (6.7 Nm) (6.7 Nm) (9.1 Nm) (9.1 Nm) f
w Screw (insert) 160M4x10 160M5x13 160M5x13 143M6x16 143M8x21 %
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)
“‘ Screw (insert) I60M3 508TT %
(27Nm) ’
Z
) Wrench (clamp) WT20IT WT20IT WT25IT WT25IT '/
\ -
/ Wrench (insert) WT10IP
) Wrench (insert) WT20IT WT20IT WT25IT WT30IT
/ﬂ Wrench (insert) WT15S
XPHT L S d
20 20 3.97 4
25 25 4.76 4.7
30 30 6.35 5.8
O  Ideal machining conditions 32 32 6.35 5.8
&5 Normal machining conditions 40 40 7.94 6.8
MiIIing inserts £%  Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRBDBE BH Dk HPHBE OO0 O
M| DBHHDBSE GROOBDBHBBREROO |O
K SRR o
N D SR
S CEI O% HBH & B
H O 8
M — — ~N I =
150 R |a|885888023885S85888]2800 b |52
JUUS=22000Q0Z000URAVURYARAVY (U |=&
[ea e g e e e R e e R e R aa | lfa liyaa Jaa JiYaa WYaa JiYa'a QY e'a WY 'a R c'a MY 'a MY 'a N 2 | 9t z (alya)
SESS>S>S>S>>F>E>E>>>>>>>>>>5 |5 |[=>
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 12.5 o °
9 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 B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Profile milling

Profile milling

R L1

[e)
@D

L

ad

Compound shank

Dimensions [mm] Inserts
Article sl | Stock Teeth
' R | o0 | e od | L L @
BMR03-040-XPX-M o 20 40 40 50.8 170 250 1.3
BMR03-040-XPX-L o 20 40 40 50.8 220 300 3.1 XPHT40
BMRO03-040-XPX-XL o 20 40 40 50.8 270 350 2 3.5
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert XPHT40
@D 40
- Clamp CBH5R1 P
v Screw (clamp) 13M6x16 %
(9.1Nm)
. 143M6x16 %
v Screw (insert) ©1Nm) ¢
&
) Wrench (clamp) WT25IT h |
\ -
) Wrench (insert) WT25IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
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profile miling  INd@xable milling

Milling inserts

(@)

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

XPHT

40

40 7.94 6.8

XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH L SHoL 00 |O
M| DBBRHDBR DROODBORROO O
K SRR @)
N St LK
S CEECK O®B HHL D &
H O 8
N——mEENNmmFNNNmmuIﬁonN‘_ E
IS0 RI0SLILAISOLERE2SRASRIITIZL S |2 |58
UUU=Z=22000IT000VU00nUYaYnYl 9 =
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
XPHT40R2007-GM 20 |9 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B31 Technical info B617 Cutting data B312
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BMR04 0 O &

old1

ad

gij@__k,

L1

L

Straight shank

Article

sk | Stock

Dimensions [mm]

R @D od

@d1 L,

Inserts

<

BMR04-012-G12-M

ZOHX12

BMR04-012-G12-L

BMR04-016-G16-M

BMR04-016-G16-L

BMR04-020-G20-M

BMR04-020-G20-L

BMR04-025-G25-M

BMR04-025-G25-L

ZOHX16

ZOHX20

ZOHX25

BMR04-030-G32-M

BMR04-030-G32-L

BMR04-032-G32-M

BMR04-032-G32-L

ZOHX30

ZOHX32

® Ex stock

% With internal cooling

Spare parts

0 On demand

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

System code B32

B192

Grade selection

B31
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profile miling  INd@xable milling

ZOHX 1.C S d
12 12 3 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 SBHRBDBR BH Dk HPHBE OO O
M| DBHRHDBSH DRDBHDPHBRBOO O
K SRR @)
N St €D S8
S CCI X OB HBH &S
H O St
M — — N N & =
IS0 RIS250888023/85S8S5888R888q0 b oo
J0U0U=S==S00Q0Z000U0AVOURVAVIY (U =&
[ R R a N e R e R e i o ) lfea e R oa Wifaa R oa Mifa'a i oo Bifaa W ca Wifa'a Wt a B e} b= =z [alya)
S>E>>>>>>F>>>>>>>>>>>>> |5 |=>
ZOHX1203-GF °
ZOHX1604-GF °
@ ZOHX2005-GF 10 °
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ , | ZOHX2005-GM 10 o
v ZOHX2506-GM 125 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
ZOHX1203-HM 6 o
ZOHX1604-HM 8 o)
- ) ZOHX2005-HM 10 o
ZOHX2506-HM 12,5 o
ZOHX3007-HM 15 e}
ZOHX3207-HM 16 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Profile milling

Profile milling

BMR04

| G

od

Straight shank

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

* With internal cooling

Spare parts

Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
oD 12 16 20 25 30 32
’ Screw (insert) 170M4x10TT | I70M5x12TT | I70M5x16TT | 170M6X20TT | 170M8%25TT | I70M8x25TT
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
< | Wrench (insert) WT15IP WT20IP WT20IP WT20IP /3,/
) Wrench (insert) WT30IT WT30IT I
B31 Technical info B617 Cutting data B312

System code

B194

B32

Grade selection



profile miling  INd@xable milling

ZOHX 1.C S d
12 12 3 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 SBHRBDBR BH Dk HPHBE OO O
M| DBHRHDBSH DRDBHDPHBRBOO O
K SRR @)
N St €D S8
S CCI X OB HBH &S
H O St
M — — N N & =
IS0 RIS250888023/85S8S5888R888q0 b oo
J0U0U=S==S00Q0Z000U0AVOURVAVIY (U =&
[ R R a N e R e R e i o ) lfea e R oa Wifaa R oa Mifa'a i oo Bifaa W ca Wifa'a Wt a B e} b= =z [alya)
S>E>>>>>>F>>>>>>>>>>>>> |5 |=>
ZOHX1203-GF °
ZOHX1604-GF °
@ ZOHX2005-GF 10 °
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ , | ZOHX2005-GM 10 o
v ZOHX2506-GM 125 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
ZOHX1203-HM 6 o
ZOHX1604-HM 8 o)
- ) ZOHX2005-HM 10 o
ZOHX2506-HM 12,5 o
ZOHX3007-HM 15 e}
ZOHX3207-HM 16 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B195

Turning

Milling

N

Drilling

O

Technical
Information

Index



Drilling

Technical

Information

Index

Indexable mllling Profile milling

B196
zcc-cT



siotmiling  INdexable millin
g

Slot milling

ac
. p
Dimensions [mm] Inserts
i % i ~
Article sz | Stock o0 o o y . . Coupling k o )
e 1]
SMPO01-100x4-K27-SN12-10 o 100 27 45 12 4 25 K 0.2
SMPO01-125x4-K40-SN12-12 o 125 40 56 12 4 32 K 0.3 XSEQ1202
SMPO01-160x4-K40-SN12-16 ° 160 40 67 12 4 44 K 0.5
SMP01-100x5-K27-SN12-10 o 100 27 45 12 5 25 K 02
SMP01-125x5-K40-SN12-12 o 125 40 56 12 5 32 K 03 ----- XSEQ1203
SMPO01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 06 -----
SMP01-100x7-K27-SN12-10 o 100 27 45 12 7 25 K 03
SMPO01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 04 -----
SMP01-160x7-K40-SN12-16 o 160 40 67 12 7 44 K 08 ----- XSEQ1204
SMPO1-200x7-K50-SN12-18 o 20 5 71 12 7 6 K 12
SMP01-250x7-K50-SN12-24 o 250 50 71 12 7 87 K 19 -----
SMP01-100x6-K27-SN12-10 o 100 27 45 12 6 25 K 03
SMP01-125x6-K40-SN12-12 o 125 40 56 12 6 32 K 04 -----
SMPO01-160x6-K32-SN12-16 o 160 32 12 6 44 kK
SMPO01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 07 ----- XSEQ12T3
SMPO01-200x6-K50-SN12-18 o 200 50 71 12 6 62 K 11 ------
SMPO01-250x6-K50-SN12-24 o 250 50 71 12 6 87 K 17 -----
SMPO01-315x6-K50-SN12-32 o 315 50 72 11.15 6 119.6 K 29 -----
SMPO01-100x8-K27-SN12-10 o 100 27 45 12 8 25 K 03
SMPO01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 05 -----
SMPO01-160x8-K40-SN12-16 o 160 40 67 12 8 44 K 09 ----- XSEQ12T4
SMPO01-200x8-K50-SN12-18 o 20 5 71 12 8 62 K 14
SMP01-250x8-K50-SN12-24 o 250 50 71 12 8 87 K 22 -----
® Ex stock © On demand
* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Spare parts

Technical
Information
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Insert XSEQ1202 XSEQ1203 XSEQ1204 | XSEQ12T3 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-360 63-250
@ Screw (insert) 191M4x3.2X | 191M4x3.2X | 19TM4x6.1X | 191M4x5.1X | 191M4x5.1X | 191M4x7.1X :\ :
(3.4 Nm) (3.4 Nm) (3.4 Nm) (3.4 Nm) (3.4 Nm) (3.4Nm) Z
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP
XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O  Ideal machining conditions 12 T3 | 127 | 127 35 5
€5 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRDODBRE BO B OBHBBe OO0 |O
M| SO0 DBROBOBBHBROO |O
ad K D ©
N &8 PR
S L K O®B DB O €3
H O St
NFFMF‘_NNMMFNNNmmEonN‘— E
150 SRIAMLNRESSRANIINNIgAL2 |2 |58
J0U0U=S==200QZ00VURVOURAVARAVY | |=&
[ea Qe e R el a J el el aa Jiaa ) fa R aa Wifaa Wfaa i a'a Jifa'a W a'a 2 Wi a'a i a'a WY a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[>=>
XSEQ1202 °
~s | XSEQ1204 he
k Y | XsEQ1203 o o o
XSEQ12T3 ° ° o
XSEQ12T4 o o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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siotmiling  INdexable millin
g

Slot milling
——
U - oc
N S
N &
-
Dimensions [mm] Inserts
. - . —
Article sz | Stock o0 o o y . . Teeth | Coupling k o )
e 1]

SMP01-063x4-A22-SN12-06 o 63 22 32 40 4 14 6 A 0.2
SMP01-080x4-A22-SN12-08 o 80 22 40 40 4 18 8 A 0.4
SMPO01-100x4-A22-SN12-10 o 100 22 50 4 23 10 A 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
SMPO01-080x5-A22-SN12-08 o 80 22 40 40 5 18 8 A 0.4 XSEQ1203
SMPO01-100x5-A27-SN12-10 o 100 27 48 50 5 23 10 A 0.7
SMP01-063x7-A22-SN12-06 o 63 22 32 40 7 14 6 A 0.2
SMPO1 -08-(-)x7-A22-SN1 2-08 o 80 22 40 40 7 18 8 A 0.5
SMPO01-100x7-A27-SN12-10 o 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMPO01-125x7-B40-SN12-12 o 125 40 72 50 7 23 12 B 1.1
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
SMPO01-125x6-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 6 2 32 4 8 14 6 A 02
SMP01-080x8-A22-SN12-08 o 80 22 40 40 8 18 8 A 0.5
SMPO01-100x8-A27-SN12-10 o 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMPO01-125x8-B40-SN12-12 o 125 40 72 50 8 23 12 B 1.1
SMP01-160x8-B40-SN12-16 o 160 40 70 60 8 41 16 B 1.5

® Ex stock 0 On demand

*< With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing
Spare parts
Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
@ Screw (insert) 191M4x3.2X 191M4x3.2X 19TM4x6.1X 191M4x5.1X 191M4x7.1X .:\ )
(3.4 Nm) (3.4 Nm) (3.4 Nm) (3.4 Nm) (3.4 Nm) =
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP

Technical
Information

Index

XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O  Ideal machining conditions 12 T3 | 127 | 127 35 5
€5 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRDODBRE BO B OBHBBe OO0 |O
M| SO0 DRODDBHRZOO O
ad K D ©
N &8 PR
S L K O®B DB O €3
H O St
N-—FQEENNMM\—NNNmmEONMN; E
150 RRININLARESSRAIRIIIRL’= |= |55
UUUZSZ=2Z2000TYUV0VUYUVNUYaUOnYY ) = A
[ea Qe e R el a J el el aa Jiaa ) fa R aa Wifaa Wfaa i a'a Jifa'a W a'a 2 Wi a'a i a'a WY a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[>=>
XSEQ1202 °
= | XSEQ1203 o ° °
k Y | XSEQ1204 o
XSEQ12T3 ° ° o
XSEQ12T4 o o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B200



siotmiling  INdexable millin
g

Slot milling

\ (]
\
/
N 903 e
] -
- |
>
~
X \
&y
K
Dimensions [mm] Inserts
Article stz | Stock Teeth | Coupling
' @D od @c H a, Ae max a
SMP03-080x8-K27-MP06-10 o 80 27 44 12 8 17.6 10 K 0.2
SMP03-100x8-K32-MP06-14 o 100 32 49 12 8 25.1 14 K 0.3
MPHT0603
SMP03-100x10-K32-MP06-14 o 100 32 49 14 10 251 14 K 0.4
SMP03-125x10-K40-MP06-16 o 125 40 57 14 10 336 16 K 0.6
SMP03-125x12-K40-MP08-12 o 125 40 58.3 16 12 32.6 12 K 0.7
MPHTO0803
SMPO03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 o 160 40 64.6 20 16 47.6 12 K 1.6
SMP03-160x18-K40-MP12-12 o 160 40 65.3 24 18 47.3 12 K 1.9
SMP03-160x20-K40-MP12-12 o 160 40 65.3 26 20 47.3 12 K 2.1
MPHT1204
SMP03-200x16-K50-MP12-14 o 200 50 74.6 20 16 62.6 14 K 2.5
SMP03-200x18-K50-MP12-14 o 200 50 753 24 18 62.3 14 K 29
SMP03-200x20-K50-MP12-14 o 200 50 753 26 20 62.3 14 K 33
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert MPHTO0603 MPHT0803 MPHT1204
@D 80-125 125-160 160-200
. 160M2.5%6.5 160M3x7 160M5x13 ) ( '
W | Screw (insert (1.0 Nm) (1.8 Nm) (6.7 Nm) .<
\ A
/ Wrench (insert) WTO07IP WTO09IP t II X
/’ Wrench (insert) WT20IS ‘ I
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing

MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
‘3_ P 353558 S8 B SPHBHE OO0 O
gic [F= | M| DRHODBEE OROOBPHRROO O
. i 6
e | K YT 5
T N ) o
r ' L S CCIE X O®% DS & &
H O B
N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
ISO rRRSAdn 28RBS NSRITRRALIE |2 |58
J0U0US==200Q0Z00VULRAVOURVRAVY U |=&
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
MPHT060304-DM 04 | e o °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° o e
MPHT060304-LH 04 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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siotmiling  INdexable millin
g

Slot milling
SMP03 Kr:90° 6 @
R »,
~ S
as Q g
IR - H
e e 5 i
« i
i g{zd ac
ar
d
I
Dimensions [mm] Inserts
Article sl | Stock Teeth | Coupling
' @D od @c H a, Ae max a
SMP03-080x8-A22-MP06-10 o 80 22 45 40 8 21 10 A 0.4
SMP03-100x8-B27-MP06-14 o 100 27 55 40 8 24.5 14 B 0.6
MPHT0603
SMPO03-100x10-B27-MP06-14 ° 100 27 55 40 10 245 14 B 0.7
SMP03-125x10-B32-MP06-16 o 125 32 65 45 10 333 16 B 1.1
SMP03-125x12-B32-MP08-12 o 125 32 65 45 12 33 12 B 14
SMP03-160x12-B40-MP08-14 o 160 40 80 50 12 44 14 B 1.9 MPHT0803
SMP03-200x12-C40-MP08-18 o 200 40 92 50 12 52 18 @ 3.2
SMP03-125x16-B32-MP12-10 o 125 32 65 50 16 33 10 B 23
SMP03-160x16-B40-MP12-12 o 160 40 80 60 16 45 12 B 23
SMP03-160x18-B40-MP12-12 o 160 40 80 60 18 45 12 B 24
MPHT1204
SMP03-200x16-C40-MP12-14 o 200 40 92 50 16 52 14 @ 3.6
SMP03-200x18-C40-MP12-14 o 200 40 92 50 18 52 14 C 3.9
SMP03-200x20-C40-MP12-14 o 200 40 92 50 20 52 14 C 4.2
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 80-125 125-200 125-200
X 160M2.5%6.5 160M3x7 160M5x%13 / /
WP | screw(insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) ’ \ -
¢~ | Wrench (insert) wWT07IP WTO9IP
/’ Wrench (insert) WT20IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing

MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
‘3_ P 353558 S8 B SPHBHE OO0 O
gic [F= | M| DRHODBEE OROOBPHRROO O
. i 6
e | K YT 5
T N ) o
r ' L S CCIE X O®% DS & &
H O B
N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
ISO rRRSAdn 28RBS NSRITRRALIE |2 |58
J0U0US==200Q0Z00VULRAVOURVRAVY U |=&
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
MPHT060304-DM 04 | e o °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° o e
MPHT060304-LH 04 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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siotmiling  INdexable millin
g

Slot milling

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

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

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

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

® Ex stock o On demand
* With internal cooling
Spare parts
Insert QcC16L QC16L QC22L
@D 25 39 44
v Screw (insert) 160M3.5x10 160M3.5%10 160M5x%13
(2.7 Nm) (2.7 Nm) (6.7 Nm)
/ Wrench (insert) WT15IP WT15IP WT20IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing

Mi||ing inserts O  Ideal machining conditions QC16 1.C d
€3 Normal machining conditions 16 9.525 4.4
§% Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRDBE SD D DBPBB OO0 |O
M| S&3DBBE DBRBDBHBBREOO |O
) K Bz ©
0 N & S8
o S % B 06 O6 © ©
H O St
NPFm;;NNmmFNNNmmEQNmN; E
%0 =005l MOR B SSJ2 FRRSECEEHEEE2REE |2 |25
LLLLLLLLLRLRLLRLLL2ERE £ 89
QC16L075-R01 075 | 2 |0. o
QC16L095-RO1 095 | 2 |0.1 o
QC16L100-RO1 1 2 |01 o
QC16L110-RO1 1.1 2 |01 ¢} °
QC16L120-RO1 1.2 2 |01 ¢}
QC16L125-R02 1.25 2 |0.2 °
QC16L130-R02 13 2 0.2 o
QC16L145-R02 145 | 2 |02 °
QC16L150-R02 1.5 2 |0.2 o
QC16L160-R02 1.6 2 |0.2 °
QC16L165-R02 1.65 2 |0.2 ¢}
QC16L170-R02 1.7 2 |02 o
QC16L175-R02 1.75 2 |02 o
QC16L185-R02 185 | 25|02 ¢}
QC16L200-R02 2 25 |0.2 °
QC16L210-R02 2.1 25 (0.2 ¢}
QC16L210-R05 2.1 25|05 o
QC16L220-R02 2.2 25 (0.2 o
QC16L250-R02 25 | 2502 °
QC16L300-R02 3 3 |0.2 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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siotmiling  INdexable millin
g

Mi||ing inserts O  Ideal machining conditions QC16 1.C d
€3 Normal machining conditions 16 9.525 4.4
§%  Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OBHDBRE BB DB BB OO0 |O
M| SBDODBER DBRBOBHBREFEOO |O
) K D O
9 N & OB
. S % B 00 SO © @
H O &8
N.—.—g;;mmmm—mmmmmﬁommms E
%0 =005l MO B SSJ2 FRRSECEEHEER2REE o |25
LLLLLPLLLRLRLLRRLLR2EQE £ 89
QC22L100-R02 1 0.2 o
QC22L125-R02 1.25 0.2 o
QC22L145-R02 1.45 0.2 o
QC22L150-R02 1.5 35 0.2 o
QC22L175-R02 1.75 | 3.5 (0.2 o
QC22L185-R02 185 | 3502 o
QC22L200-R02 2 3502 o
QC22L230-R02 23 | 35]02 o
QC22L250-R03 2.5 4 103 o
QC22L265-R03 2.65 4 103 °
QC22L280-R03 2.8 4 103 o
QC22L300-R03 3 4 103 o
QC22L320-R03 3.2 4 103 o
QC22L330-R03 33 4 103 o
QC22L350-R03 35 5 103 o
QC22L400-R04 4 5 104 °
QC22L430-R04 4.3 5 |04 o o
QC22L450-R04 4.5 5 |04 o o
QC22L480-R04 4.8 5 |04 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Slot milling

H

[eR]Y [/ [® @}

B =8
= 51600 K
L
Dimensions [mm] Inserts
Article sz | Stock o0 Teeth Coupling <2
od H ap Ap max :Q)
SMP09-080x10-K27-LN08-08 o 80 27 14 10 17 8 K 0.2
SMP09-100x10-K32-LN08-10 o 100 32 14 10 25 10 K 0.37
SMP09-100x12-K32-LN08-10 o 100 32 16 12 25 10 K 0.4
SMP09-125x10-K40-LN08-12 o 125 40 14 10 34 12 K 0.5
SMP09-125x12-K40-LN08-12 o 125 40 16 12 34 12 K 0.6 LNGX0804*
SMP09-160x10-K40-LN08-14 o 160 40 14 10 47 14 K 1
SMP09-160x12-K40-LN08-14 o 160 40 16 12 47 14 K 1.1
SMP09-200x10-K50-LN08-16 o 200 50 14 10 62 16 K 1.6
SMP09-200x12-K50-LN08-16 o 200 50 16 12 62 16 K 1.8
SMP09-100x14-K32-LN10-10 o 100 32 18 14 25 10 K 04
SMP09-125x14-K40-LN10-12 o 125 40 18 14 34 12 K 0.9 -
SMP09-125x16-K40-LN10-12 ¢} 125 40 20 16 34 12- K T
SMP09-125x18-K40-LN10-12 o 125 40 24 18 34 12- K 12 -----
SMP09-160x14-K40-LN10-14 o 160 40 18 14 47 14 K 1.6 -
SMP09-160x16-K40-LN10-14 o 160 40 20 16 47 14 K 1.8 - LNGX1005**
SMP09-160x18-K40-LN10-14 o 160 40 24 18 47 1 4 K 2.-1 ------
SMP09-200x14-K50-LN10-16 o 200 50 18 14 62 16- K 25 -----
SMP09-200x16-K50-LN10-16 o 200 50 20 16 62 16 K 29 -
SMP09-200x18-K50-LN10-16 o 200 50 24 18 62 16 K 34 -
SMP09-250x18-K50-LN10-18 o 250 50 24 18 83 1 8 K 55 -----
SMP09-125x20-K40-LN14-10 o 125 40 26 20 34 16 K 12 --------
SMP09-160x20-K40-LN14-12 o 160 40 26 20 47 12 K 2.1 -
SMP09-160x25-K40-LN14-12 o 160 40 30 25 47 12 K 28
SMP09-200x20-K50-LN14-14 o 200 50 26 20 62 14- K 35 ----- LNGX1407**
SMP09-200x25-K50-LN14-14 o 200 50 30 25 62 14- K 45 -----
SMP09-250x20-K50-LN14-16 ¢} 250 50 26 20 83 16 K 5.8 -
SMP09-250x25-K50-LN14-16 o 250 50 30 25 83 1 6 K 75 -----
® Ex stock o On demand
*< With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<>
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siotmiling INdexable millin
g

Spare parts
Insert LNGX0804* LNGX1005** LNGX1407**
@D 80-250 100-250 125-315
v Screw 160M3x7 160M4x12 -
(1.8 Nm) (3.4 Nm)
& Screw I60M3.5x08TT [
27Nm) (D
& | Wrench (screw) WTO9IP WT10IS -
A | Wrench (screw) WT15IS
Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing

LNGX L 1.C S d
O Ideal machining conditions 0804 | 775 | 85 35
€5 Normal machining conditions 10 05 10 9.9 5.5 4.1
Milling inserts €% Unfavourable machining conditions 1407 | 14 | 134 | 75 | 44
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | &SBROBR 8D DB BBB OO0 |O
M| S83DO5E3 DBROOBHBEO0O |O
L K YT o
N &8 SR
S LI K OH BH D &
H O &
N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
50 " IBBSES2 RSN EERERGE B 25
cecebpreeEeeecfecdeles 2 80
LNGX080404-GM 0.4 [} o e}
LNGX080408-GM 0.8 [} o e}
LNGX080410-GM 1 o
LNGX080412-GM 1.2 o o o
LNGX080416-GM 1.6 o o o
LNGX080420-GM 2 o [¢) o
LNGX080424-GM 24 [} o o
LNGX100502-GM 0.2 o)
LNGX100504-GM 0.4 o o o
LNGX100508-GM 0.8 °
LNGX100510-GM 1 o o o
LNGX100512-GM 1.2 o
<> LNGX100516-GM 1.6 °
’a‘\ LNGX100520-GM 2 ¢} o e}
/ LNGX100524-GM 24 o
LNGX100530-GM o o o
LNGX100540-GM 4 o o o
LNGX140704-GM 0.4 ° ° °
LNGX140708-GM 0.8 o °
LNGX140710-GM 1 o o
LNGX140712-GM 1.2 o
LNGX140716-GM 1.6 o
LNGX140720-GM 2 [} e} e}
LNGX140724-GM 24 o
LNGX140730-GM 3 o o o
LNGX140732-GM 3.2 o
LNGX140740-GM 4 o o o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Technical info B617 Cutting data B312

B210



siotmiling INdexable millin
g

Slot milling

Dimensions [mm]

Inserts

) - . .
Article sz | Stock o0 o " . _— Teeth Coupling f@

SMP09-080x10-A22-LN08-08 o 80 22 40 10 20 8 A 0.4
SMP09-100x10-B27-LN08-10 o 100 27 45 10 24 10 B 0.6
SMP09-100x12-B27-LN08-10 o 100 27 45 12 24 10 B 0.6
SMP09-125x10-B32-LN08-12 o 125 32 45 10 33 12 B 1
SMP09-125x12-B32-LN08-12 o 125 32 45 12 33 12 B 1 LNGX0804*
SMP09-160x10-B40-LN08-14 o 160 40 50 10 42 14 B 2
SMP09-160x12-B40-LN08-14 o 160 40 50 12 42 14 B 2.1
SMP09-200x10-C40-LN08-16 o 200 22 50 10 53 16 C 29
SMP09-200x12-C40-LN08-16 o 200 40 50 12 53 16 C 29
SMP09-100x14-B27-LN10-10 o 100 27 50 14 24 10 B 0.7
SMP09-125x14-B32-LN10-12 o 125 32 50 14 33 12 B 1.2
SMP09-125x16-B32-LN10-12 o 125 32 50 16 33 12 B 1.4 o
SMP09-125x18-B32-LN10-12 o 125 32 50 18 33 12 B 1.5 ]
SMP09-160x14-B40-LN10-14 o 160 40 50 14 42 14 B 24
SMP09-160x16-B40-LN10-14 o 160 40 50 16 42 14 B 2.6 LNGX1005**
SMP09-160x18-B40-LN10-14 o 160 40 50 18 42 14 B 2.9 o
SMP09-200x14-C40-LN10-16 o 200 40 50 14 53 16 C 3.6 ]
SMP09-200x16-C40-LN10-16 o 200 40 50 16 53 16 C 4
SMP09-200x18-C40-LN10-16 o 200 40 50 18 53 16 C 43
SMP09-250x18-C60-LN10-18 o 250 60 50 18 58 18 c 72
SMP09-125x20-B32-LN14-10 o 125 32 50 20 33 10 B 1.6
SMP09-160x20-B40-LN14-12 ¢} 160 40 50 20 42 12 B 2.7
SMP09-160x25-B40-LN14-12 o 160 40 50 25 42 12 B 3.2
SMP09-200x20-C40-LN14-14 o 200 40 50 20 53 14 C 4.6 o
SMP09-200x25-C40-LN14-14 o 200 40 50 25 53 14 C 5.2 - HNGX14077
SMP09-250x20-C60-LN14-16 o 250 60 50 20 58 16 C 7.4
SMP09-250x25-C60-LN14-16 o 250 60 50 25 58 16 C 8.6 N
SMP09-315x25-C60-LN14-20 o 315 60 50 25 90 20 C 13.2 o

® Ex stock © On demand

* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling siot miliing

Spare parts
Insert LNGX0804* LNGX1005%* LNGX1407**

@D 80-250 100-250 125-315

v Screw 160M3x7 160M4x12
(1.8 Nm) (3.4Nm) ﬁ
’ Screw 160M3.5x08TT I
@7Nm) | = —
@ | Wrench (screw) WTO9IP WT10IS l\')-\" 2
\
/’ Wrench (screw) WT15IS
Grade selection B31 Technical info B617 Cutting data B312

System code

B212

B32



Slot milling

Indexable milling

LNGX L 1.C S d
O  Ideal machining conditions 0804 | 775 | 85 4 35
€3 Normal machining conditions 10 05 10 9.9 5.5 4.1
MI"Ing inserts §% Unfavourable machining conditions 14 07 14 134 | 75 44
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBRE BB DB BBB OO0 |O
N M| S8008 BBOOBBBBOO O
L ) @ | gdi K YT O
= T N o B
LW S 8 B 0B 68 © @
H O S
T v
IS0 (12250058 228B58858888¢888Q0 b |g¢
2225882258838 88888€82 2 68
LNGX080404-GM 0.4 [¢) o o
LNGX080408-GM 0.8 ¢} [¢) o
LNGX080410-GM o
LNGX080412-GM 1.2 o o o
LNGX080416-GM 1.6 ¢} o o
LNGX080420-GM 2 [¢) o o
LNGX080424-GM 24 ¢} [} ¢}
LNGX100502-GM 0.2 o
LNGX100504-GM 0.4 o o o
LNGX100508-GM 0.8 °
LNGX100510-GM [¢) o o
LNGX100512-GM 1.2 o
< LNGX100516-GM 1.6 °
9}3 LNGX100520-GM 2 ¢} o o
LNGX100524-GM 24 o
LNGX100530-GM o o o
LNGX100540-GM [¢) o o
LNGX140704-GM 0.4 ° ° °
LNGX140708-GM 0.8 ° °
LNGX140710-GM o o
LNGX140712-GM 1.2 o
LNGX140716-GM 1.6 o
LNGX140720-GM 2 ¢} [} o
LNGX140724-GM 24 o
LNGX140730-GM 3 o o o
LNGX140732-GM 3.2 o
LNGX140740-GM 4 [¢) o o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Highfeed miling  INd@xable milling

High feed milling

XMRO1 Kr: 15° 0 & @ 0
/ ), C)C ] |«

P2 1y
Ta L
L)
Yo _
\ S type insert, Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth
‘ @D od a, ae L L
XMR01-020-XP20-SD06-02C S ° 20 20 0.8 5.8 50 130 2 0.26
XMR01-020-XP20-SD06-03C S o 20 20 0.8 5.8 50 130 3 0.26
XMRO01-020-XP20-SD06-04C sk o 20 20 0.8 5.8 50 130 4 0.24
XMRO01-025-XP25-SD06-03C sk o 25 25 0.8 5.8 60 140 3 0.46
, SDMTO06T2
XMR01-025-XP25-SD06-04C b ° 25 25 0.8 5.8 60 140 4 0.45
XMRO01-025-XP25-SD06-05C sk o 25 25 0.8 5.8 60 140 5 0.44
XMR01-032-XP32-SD06-05C £ ° 32 32 0.8 5.8 70 150 5 0.79
XMRO01-032-XP32-SD06-06C ES o 32 32 0.8 5.8 70 150 6 0.8
XMRO01-025-XP25-SD09-02C sk o 25 25 1.4 8.8 60 140 2 0.46
XMR01-032-XP32-SD09-03C b o 32 32 14 8.8 70 150 3 0.8 SDMT09T3
XMR01-035-XP32-SD09-03 o 35 32 14 8.8 70 150 3 0.8
XMRO01-040-XP40-SD12-03C b o 40 40 1.8 11.7 70 150 3 1.2 SDMT1204
XMRO01-040-XP40-SD15-02 ¢} 40 40 2.2 14 70 200 2 1.6 SDMT1505
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert SDMT06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160
8| cmp WD-204 WD-204 WD-208
v Screw (clamp) 160M4x8.4 160M5x%13
P (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M2.2x5.5 160M4x8.4 160M5x13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
’f Screw (insert) I6OM3.508TT \
(27Nm) \ A
o | Wrench (clamp) WT15IP WT20IP
/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

A SDMT L 1.C S d
06 T2 6.35 6.35 2.58 25
O  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 44
=2 Milling inserts €8  Unfavourable machining conditions 15 05 |15.875/15.875| 556 | 5.5
'c
5 SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
|_
P B3B3 HBDBHE BD Dk HPDBHE OO O
M| DHRHDBHE DRDBOBPBHHBOO O
. K SRR @)
N St StEC
B s & @ 00 00 © ©
H O St
M — — ~N N & =
150 ra|S25888°2%8585588888832 |2 |55
O00==2000Z00VURVOURIVRVLY U |=&
(®)] [ R e N s i s N o ) oo lifaa B c'a Mifaa B oa ifa'a B ea Miaa W e Wi a'a B B e} b= =z [alya)
< S>E>>>>>>>>>>>>>>>>>>>> |5 |>=>
E SDMT06T208-DM 0.8 |15 o o ee ©
a SDMTO09T312-DM 1.2 [15|e ° ¢} L)
s i SDMT120412-DM 1.2 [15|e ° )
SDMT150520-DM 2 |15 o
SDMT06T208-NM 08 |15 o ° °
SDMTO09T312-NM 1.2 |15 ° ° oo °
C SDMT120412-NM 1.2 |15 ° o e ° °
SDMTO06T208-PM 08 [15|e ° ° ce e o
a SDMTO09T312-PM 1.2 |15 ° o )
o < SDMT120412-PM 1.2 |15 ° °
< SDMT150520-PM 2 |15 o o
E ® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
g3
c
< £
o O
=
X
[
©
£
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Highfeed miling  INd@xable milling

High feed milling

XMRO1 Kr:15° 0 & @ 0

System code

—~— o B g
) ,Lip
L1
L
Straight shank
Stock Dimensions [mm] Inserts
Article s Teeth
"IR|L| @D od a, ae L, L
XMR01-025-G25-SD09-02C L ) 25 25 14 8.8 60 140 2 0.472
XMR01-032-G32-SD09-03C ke o 32 32 14 88 12070 150 3 0.818 SDMTO09T3
XMRO01-035-G32-SD09-03C ko 35 32 1.4 8.8 70 150 3 0.847
XMRO01-032-G32-SD12-02C Kooe 32 32 1.8 11.7 70 150 2 0.87
g SDMT1204
XMR01-040-G40-SD12-03C L ) 40 40 1.8 11.7 70 150 3 1.261
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SDMTO09T3 SDMT1204
@D 25-63 32-100
8| camp WD-204 WD-204
v Screw (clamp) 160M4x8.4 160M4x8.4
P (3.4Nm) (3.4Nm)
. 160M4x84
v Screw (insert) (34Nm)
“’ Screw (insert) I6OM3.5x08TT
(27Nm)
9 | Wrench (clamp) WT15IP WT15IP
¢ | Wrench (insert) WT10IP WT15IP
B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

O Ideal machining conditions SDMT L 1.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts $%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
0#7 M| ©5582 OROOBDBOBRROO O
sl bic K D o
I 1
== N St DR
n S & OB ©6 © «
H O B
NF—mEENNmmFNNNmmEONmN‘— E
IS0 raRRAdalARE2ERAIIITRILAE |2 55
VUU=2=22000IT000VU00nUYYnYY 9 =
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SDMTO09T312-DM 1.2 |15 e ° o o e 00
SDMT120412-DM 1.2 |15 e ° ) o
SDMTO09T312-NM 12 |15 ° ° o0
SDMT120412-NM 1.2 |15 [ ° °
SDMTO09T312-PM 1.2 |15 ° o o (3N}
SDMT120412-PM 1.2 |15 ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
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Highfeed miling  INd@xable milling

High feed milling

XMRO1 Kr:15° 0 & @ 0

or -~

Dimensions [mm]

Inserts

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

XMR01-040-A16-SD06-06C x ° 40 16 0.8 58 40 6 A 0.2
XMR01-040-A16-SD06-07C x o 40 16 0.8 58 40 7 A 0.178
XMR01-050-A22-SD06-07C x o 50 22 0.8 5.8 40 7 A 0.36
XMR01-050-A22-SD06-08C X o 50 22 0.8 58 40 8 A 0.36 SbMTo6T2
XMR01-063-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 5.8 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 £ o 40 16 14 8.8 40 4 A 0.182 -
XMR01-040-A16-SD09-05 o 40 16 1.4 8.8 40 5 ----- A 0181
XMR01-040-A16-SD09-05C x o 40 16 14 8.8 40 5 ----- A 018
XMR01-050-A22-SD09-04C x ° 50 22 1.4 8.8 40 4 A 0.3 -
XMR01-050-A22-SD09-05C £ o 50 22 14 8.8 40 5 A 0.3 -
XMR01-050-A22-SD09-06C x ° 50 22 14 8.8 40 6 ----- A 029
XMR01-052-A22-5D09-06C % o 52 2 14 88 40 6 A 027 oMo
XMR01-063-A22-SD09-05C ] ° 63 22 1.4 8.8 40 5 A 0.5 -
XMRO01-063-A22-SD09-06C £ ° 63 22 14 8.8 40 6 ----- A 05 -----
XMR01-063-A27-SD09-06C £ o 63 27 14 8.8 50 6 ----- A 06 -----
XMR01-063-A22-SD09-07C X ° 63 22 14 8.8 40 7 A 0.44 -
XMR01-063-A27-SD09-07C x o 63 27 1.4 8.8 50 7 A 0.59 -
XMR01-066-A22-SD09-07C x o 66 22 14 8.8 50 7 ----- A 048
XMR01-050-A22-SD12-03C £ o 50 22 1.8 11.7 40 3 ----- A 027
XMR01-050-A22-SD12-04C £ ° 50 22 1.8 1.7 40 4 A 0.26 -
XMR01-052-A22-SD12-04C x o 52 22 1.8 11.7 40 4 A 0.27 -
XMR01-052-A22-SD12-05C x o 52 22 1.8 1.7 40 5 ----- A 027
XMR01-060-A22-SD12-05C £ o 60 22 1.8 11.7 40 4 ----- A SDMT1204
XMR01-063-A22-SD12-05C X ° 63 22 1.8 11.7 50 5 A 0.5 -
XMR01-063-A27-SD12-05C x ° 63 27 1.8 11.7 50 5 A 0.6 -
XMR01-063-A22-SD12-06C N ° 63 22 1.8 11.7 50 6 ----- A 055

® Ex stock © On demand

* With internal cooling
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling

Dimensions [mm]

Inserts

. - .
Article sz | Stock . o . e ) Teeth Coupling
XMRO01-063-A27-SD12-06C x [ 63 27 14 11.7 50 6 A 0.51
XMRO1-066-A27-SD12-05C x o 66 27 1.8 11.7 50 5 A 0.56
XMRO01-073-A27-SD12-05C x o 73 27 1.8 11.7 50 5 A
XMRO01-078-A27-SD12-07C x o 78 27 1.8 11.7 50 5 A
XMR01-080-A27-SD12-05C x ° 80 27 1.8 11.7 50 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 x ° 80 27 1.8 11.7 50 7 A 0.93
XMRO01-080-A27-SD12-08C x ° 80 27 1.8 11.7 50 8 A 0.92
XMRO01-084-A32-SD12-07C x o 84 32 1.8 11.7 50 7 A 0.94
XMR01-085-A27-SD12-07C o 85 27 1.8 1.7 50 7 A 0.93 SDMT1204
XMR01-085-A27-SD12-08C £ o 85 27 1.8 11.7 50 8 A 0.99
XMRO01-100-B32-SD12-06 ° 100 32 1.8 11.7 50 6 B 1.8
XMRO01-100-B32-SD12-06C x ° 100 32 1.8 11.7 50 6 B 1.8
XMRO1-100-B32-SD12-07C x ° 100 32 1.8 11.7 50 7 B 1.56
XMR01-100-B32-SD12-08C x o 100 32 1.8 11.7 50 8 B 1.57
XMRO01-125-B40-SD12-08C £ ° 125 40 1.8 11.7 63 8 B 3.17
XMRO01-125-B40-SD12-09 o 125 40 1.8 11.7 63 9 B 3.07
XMRO1-125-B40-SD12-09C x ° 125 40 1.8 11.7 63 9 B 3.1
XMRO1-160-B40-SD12-10C x o 160 40 1.8 11.7 63 10 B 478
XMR01-063-A22-SD15-04C * o 63 22 2.2 14 40 4 A 0.49
XMR01-080-A27-SD15-05C £ o 80 27 22 14 50 5 A 0.79“-.
XMRO1-100-A32-SD15-07C x o 100 32 2.2 14 50 7 A
XMRO1-100-B32-SD15-07 o 100 32 2.2 14 50 7 B 12 ----- SDMT1505
XMRO1-100-B32-SD15-07C x o 100 32 2.2 14 50 7 B 1.18"-.
XMRO01-125-B40-SD15-09 o 125 40 2.2 14 63 9 B 29
® Ex stock 0 On demand
= With internal cooling
Spare parts
Insert SDMT06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-100 32-160 40-160
p Clamp WD-204 WD-204 WD-208
w Screw (clamp) 160M4x8.4 160M4x8.4 160M5x13
(3.4Nm) (3.4 Nm) (6.7 Nm)
w Screw (insert) 160M2.2x5.5 160M4x8.4 160M5x13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
“’ Screw (insert) 160M3.5x08TT
(27Nm)
% Wrench (clamp) WT15IP WT15IP WT20IP
/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<=
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High feed milling

Indexable milling

SDMT L I.C S d
06 T2 | 635 | 635 | 258 2.5
O Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
€5 Normal machining conditions 1204 | 127 | 127 | 476 | 44
Milling inserts €%  Unfavourable machining conditions 15 05 |15.875|15.875| 556 | 5.5
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOROOS OO o 0908 00 [0
0(%7 M| DBHHDBEH DBH/OBBHBRBOO O
7
od] fid K T O
== N &8 SR
\
S S CEI K O&% BH & €
H O D
Nu—n—m‘_‘_NNmm-—NNNmmﬁonN‘_ H
150 r o333 888°858228RS88888882 |2 55
JOU=S=S00Q0Z0000lduoldulduy (U =«
[ea g e R el ~a R el ~alilaa Ji=a ) oa Jifaa ifaa fifaa i a'a fa'a i aa i a i a'a a2 Wifa a a2 )l g P4 [alya)
S>> >>>>>>>>>>> > > >
SDMT06T208-DM 0.8 |15 o o o0 o
a SDMT09T312-DM 1.2 15| e ° o oo o
/ : SDMT120412-DM 1.2 |15 e ° ° o o0
SDMT150520-DM 2 |15 o
SDMT06T208-NM 0.8 |15 o ° °
SDMTO09T312-NM 1.2 |15 ° o e o0 °
SDMT120412-NM 1.2 |15 ° o e o e °
SDMT06T208-PM 08 |15 e ° ° ce e o
a SDMT09T312-PM 1.2 |15 ° o o oo
. SDMT120412-PM 1.2 |15 ° oo
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 B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

/\

()
/ \ Q)DF )] |ed
©
. g . ap L1
n, L
TS i
® W type insert, Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
@D od a, ae L, L g

XMR01-020-XP20-WP05-02C-M b o 20 20 1.5 3.8 50 130 2 0.2
XMR01-020-XP20-WP05-02C-L S o 20 32 1.5 3.8 100 180 2 0.37 WPGTO0503
XMRO01-020-XP20-WP05-02C-XL S o 20 32 1.5 3.8 130 250 2 0.53
XMRO01-025-XP25-WP06-02C-M sk o 25 25 1.5 4.35 60 140 2 0.4
XMR01-025-XP25-WP06-02C-L £ o 25 25 1.5 435 120 200 2 0.64
XMRO01-025-XP25-WP06-02C-XL sk o 25 25 1.5 4.35 180 300 2 0.92
XMR01-032-XP32-WP06-03C-M £ o 32 32 1.5 435 70 150 3 0.8 WPGT0604
XMRO01-032-XP32-WP06-03C-L sk o 32 32 1.5 4.35 120 200 3 1.03
XMR01-032-XP32-WP06-03C-XL *® o 32 32 1.5 435 180 300 3 1.55
XMR01-040-XP32-WP06-03C-M sk o 40 32 1.5 4.35 50 150 3 0.9
® Ex stock © On demand
* With internal cooling
Variable lead angle (lead angle ist hier dependent on size of inserts)

lead angle: WPGTO5: 16°% WPGT06: 22°; WPGTO08: 11°; WPGT09: 21°

Spare parts
Insert WPGTO0503 WPGT0604
oD 20 25-40
X 160M4x84
v Screw (insert) 34Nm) gj/
w Screw (insert) I60M3.5x6.5TT
(27Nm)
¢ | Wrench (insert) WT10IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o
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Highfeed miling  INd@xable milling

O  Ideal machining conditions WPGT I.C S d
€3 Normal machining conditions 05 03 7.94 35 4
Milling inserts §%  Unfavourable machining conditions 06 04 | 9525 | 4.2 4.4
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK O&% HBH & &
H O B
NF—mEENNMMFNNNmmuIﬁonN‘_ E
IS0 rRRSddn 2 RE22RNIRIITAZNE |2 |58
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
WPGT050315ZSR-PM 15 |o [N °
@9 | WPGT060415ZSR-PM 15 |® coe .
o
WPGT050315ZSR 15 | e ° °
6 WPGT060415ZSR 15 @ . o o
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

oD _

de
I
©)

T -Lﬂ
L1
L
Straight shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
@D ad a, ae L, L g
XMR01-020-G20-WP05-02C-M S o 20 20 1.5 3.8 50 130 2 0314
XMR01-020-G20-WP05-02C-L S ° 20 20 1.5 38 100 180 2 0.408 WPGT0503
XMRO01-020-G20-WP05-02C-XL sk o 20 20 1.5 3.8 130 250 2 0.576
XMRO01-025-G25-WP06-02C-M sk o 25 25 1.5 4.35 60 140 2 0.548
XMR01-025-G25-WP06-02C-L £ o 25 25 1.5 435 120 200 2 0.749
XMR01-025-G25-WP06-02C-XL sk o 25 25 1.5 4.35 180 300 2 1.037
XMR01-032-G32-WP06-03C-M S ° 32 32 1.5 435 70 150 3 0.82
XMRO01-032-G32-WP06-03C-L sk [] 32 32 1.5 4.35 120 200 3 1.152 WPGT0604
XMR01-032-G32-WP06-03C-XL £ o 32 32 1.5 4.35 180 300 3 1.549
XMRO01-040-G32-WP06-03C-M sk o 40 32 1.5 4.35 50 150 3 1.013
XMRO01-040-G32-WP06-03C-L S o 40 32 1.5 435 50 250 3 1.492
XMRO01-040-G32-WP06-03C-XL ES o 40 32 1.5 4.35 50 300 3 1.834
® Ex stock 0 On demand
< With internal cooling
Variable lead angle (lead angle ist hier dependent on size of inserts)
lead angle: WPGTO05: 16°% WPGT06: 22°; WPGTO08: 11°; WPGT09: 21°
Spare parts
Insert WPGTO0503 WPGT0604
@D 25-40
. 160M4x84
w Screw (insert) (34Nm)
w Screw (insert) 16OM3.536.5TT
(27Nm)
Wrench (insert) WT10IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
B224 v



Highfeed miling  INd@xable milling

O  Ideal machining conditions WPGT I.C S d
€3 Normal machining conditions 05 03 7.94 35 4
Milling inserts §%  Unfavourable machining conditions 06 04 | 9525 | 4.2 4.4
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK O&% HBH & &
H O B
NF—mEENNMMFNNNmmuIﬁonN‘_ E
IS0 rRRSddn 2 RE22RNIRIITAZNE |2 |58
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) = N
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>> |5 |[=>
WPGT050315ZSR-PM 15 |o [N °
@9 | WPGT060415ZSR-PM 15 |® coe .
o
WPGT050315ZSR 15 | e ° °
6 WPGT060415ZSR 15 @ . o o
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

High feed milling

XMRO1 Kr: 11°-22° 0 & @ 0

W type insert, Arbor mounting

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

XMR01-050-A22-WP06-04 ° 50 22 1.5 4.35 50 4 A 0.4
XMR01-050-A22-WP06-04C x ° 50 22 1.5 4.35 50 4 A 0.4 WPGTOG04
XMRO01-050-A22-WP08-03 o 50 22 1.5 5.66 50 3 A 04
XMRO01-063-A22-WP08-04C x ° 63 22 1.5 5.66 50 4 A 0.7 -
XMR01-063-A27-WP08-04C x o 63 27 1.5 5.66 50 4 A 0.7 -
XMR01-080-A27-WP08-05C x ° 80 27 1.5 5.66 63 5 - A 1 5 ----- WPGT0806
XMRO1-100-B32-WP08-06 ° 100 32 1.5 5.66 63 6 B 22 -----
XMRO1-125-B40-WP08-07 ° 125 40 1.5 5.66 63 7 B 3.5 -
XMRO01-160-B40-WP08-08 o 160 40 1.5 5.66 63 8 B 6 -
XMRO01-063-A22-WP09-03C £ o 63 22 3 6.8 50 3 A 07
XMR01-080-A27-WP09-06C x o 80 27 3 6.8 63 6 1.205 -
XMRO01-080-A27-WP09-04C x ] 80 27 3 6.8 63 4 A 14 -
XMRO01-100-B32-WP09-05 o 100 32 3 6.8 63 5 - B 2.-1 ------ WeGT0907
XMRO01-125-B40-WP09-06 o 125 40 3 6.8 63 6 - B 37 -----
XMRO01-160-B40-WP09-07 o 160 40 3 6.8 63 7 B 6.3 -

® Ex stock o On demand
* With internal cooling

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

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

System code B32 Grade selection B31 Technical info B617 Cutting data B312

<>
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Highfeed miling  INd@xable milling

Spare parts

Insert WPGT0604 WPGT0806 WPGT0907
@D 50 50-160 3-160
a Clamp WD-208 WD-208
v Screw (clamp) 160M5x13 160M5x%13
P (6.7 Nm) (6.7 Nm)
v Screw (insert) 160M4x8.4 160M5x13 160M5x13
(3.4 Nm) (6.7 Nm) (6.7 Nm)
) Wrench (clamp) WT20IT WT20IT
| Wrench (insert) WT15IS
) Wrench (insert) WT20IT WT20IT
WPGT 1.C S d
O  Ideal machining conditions 06 04 | 9525 4.2 4.4
€3 Normal machining conditions 08 06 | 1285 | 6.35 5.5
Milling inserts €%  Unfavourable machining conditions 09 07 15 7 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRBDBE BH Dk HPHBE OO0 O
M| SBDBDHR GROOBDBHBBRBROO |O
K SRR o
N St D S8
S CIE ] O&% HBH &
H O St
M — — ~N I =
150 r 828888203855 58S888832 |2 |55
JUUS=2000Z000U0URVURAVARAVY (U |=&
[ea e R e e e R e i e e R aa | fa liyaa JYaa JiYaa WY a'a WiYa'a QY e'a WY o'a WY c'a MY c'a M c'a MY 2 |l 9t z (alya)
S>E>>>>>>>>>>>>>>>>>>>> |> |5
) % WPGT060415ZSR-PM 15 |e L) °
‘@9 | WPGT080615ZSR-PM 15 | o coe .
W \pGT09072575R-PM 25 .
@ WPGT060415ZSR 15 |e ° ° °
6 | WPGT080615ZSR 15 |e . e eeo0
~~— | WPGT090725ZSR 2.5 ° o e
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

High feed milling

Turning

XMR12 Kr:18° 0 & @ 0

@D

()]
=
E Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' @0 | od L ’
XMR12-040-A16-EN12-06C x ° 40 16 40 A 0.204
XMR12-050-A22-EN12-08C x 50 22 50 A 0.336 ENMX1206**
C XMR12-063-A22-EN12-10C x 63 22 50 10 A 0.48
® Ex stock o0 On demand
* With internal cooling
)]
=
E Spare parts
Insert ENMX1206**
@D 32-80
v Serew I60M25x74
D (1.0Nm)
v Wrench WTO7IP

Technical
Information

Index

System code ) B32

B22s8

Grade selection ) B31

Technical info ) B617

Cutting data ) B312



Highfeed miling  INd@xable milling

O  Ideal machining conditions ENMX L S d
€3 Normal machining conditions 12 06 12 3 2.88
MiIIing inserts §%  Unfavourable machining conditions
EN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | OOHBBE SO S 888 00 O
_ 1
@ : T M| DBBHBE BBOOBBRROO O
W @ od b-iill K YT o
L
L& - N 8 B
I
. 3 L 5 s G B 0B &8 & @
H O &
N——mEENNMMFNNNmmUIﬁonN‘_ E
IS0 rjw %222 ddnlPdRE2SRNINIIILINE |2 |55
MY YU 000T00VVUVNVLYULVNnVY O = N
[ea e R o W a N e R ~a i va W aa R o | lf=a N aa R o'a R a'a B o'a a'a WY o'a N a'a WY 'a W2 W' R a2} e =z [alya)
S>>>>>5>5>>>>>>5>>>>>>>>5> > |>>
ENMX120608-GM 08|63 °
‘ ENMX1206R30-GM 3 1628 .
ENMX1206XR-GM 06 | 6 |06 °

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

® Ex stock o0 On demand

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling High feed milling

High feed milling

XMR12 Kr:18° 0 & @ 0

od

Dimensions [mm] Inserts
Article sz | Stock Teeth
' @D od L, L ’
XMR12-017-G16-EN12-02C N ° 17 16 30 100 2 0.13
XMR12-018-G16-EN12-02C b ° 18 16 30 100 2 0.13
XMR12-022-G20-EN12-03C b ° 22 20 50 130 3 0.25 ENMX1206**
XMR12-028-G25-EN12-04C E o 28 25 60 140 4 0.44
XMR12-035-G32-EN12-05C N ° 35 32 35 150 5 0.86

® Ex stock o On demand

*< With internal cooling

Spare parts

Insert ENMX1206**
@D 12-45
v Screw 160M2.5x7.4
(1.0Nm)
S Wrench WTO7IP

System code ) B32

B230

Grade selection ) B31

Technical info ) B617

Cutting data ) B312



Highfeed miling  INd@xable milling

O  Ideal machining conditions ENMX L S d
€3 Normal machining conditions 12 06 12 3 2.88
MiIIing inserts §%  Unfavourable machining conditions
EN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | OOHBBE SO S 888 00 O
_ 1
@ : T M| DBBHBE BBOOBBRROO O
W @ od b-iill K YT o
L
L& - N 8 B
I
. 3 L 5 s G B 0B &8 & @
H O &
N——mEENNMMFNNNmmUIﬁonN‘_ E
IS0 rjw %222 ddnlPdRE2SRNINIIILINE |2 |55
MY YU 000T00VVUVNVLYULVNnVY O = N
[ea e R o W a N e R ~a i va W aa R o | lf=a N aa R o'a R a'a B o'a a'a WY o'a N a'a WY 'a W2 W' R a2} e =z [alya)
S>>>>>5>5>>>>>>5>>>>>>>>5> > |>>
ENMX120608-GM 08|63 °
‘ ENMX1206R30-GM 3 1628 .
ENMX1206XR-GM 06 | 6 |06 °

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

® Ex stock o0 On demand

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Bore milling Indexable millin
g

Bore milling

XMPO1 Kr:90° 0 @

@D

ap} [~

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling v
' @0 | od | b | a L @
XMP01-080%18-B27-CNE1210-08 ° 80 27 18 15 50 8 B 0.67
XMPO01-100%18-B32-CNE1210-08 ° 100 32 18 20 50 8 B 0.99
XMP01-125%27-B40-CNE1210-15 ° 125 40 27 225 63 15 B 2.46
XMPO01-160%27-C40-CNE1210-18 ° 160 40 27 25 63 18 C 37 CNET2
XMP01-200%27-C60-CNE1210-21 ° 200 60 27 31.5 63 21 C 5.46
XMP01-250%*36-C60-CNE1210-32 ° 250 40 36 56.5 63 32 C 9.79
XMP01-315%36-D60-CNE1210-42 ° 315 60 36 47.5 63 42 D 17.65
XMP01-400*36-D60-CNE1210-52 ° 400 60 36 36 63 52 D 27.36
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert CNE12
oD 80-400
)
v Screw (insert) I60M4x12
(34Nm)
it '
/ Wrench (insert) WT15IP '
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling Bore milling

O Ideal machining conditions CNE L S d
€3 Normal machining conditions 12 12.8 6.35 4.4
MiIIing inserts €% Unfavourable machining conditions
CN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
R
c M| Snoon BBBOOBBBO0 |0
w K SR @)
N St DR
S CCIE X O&% S & €
H O B
NF—mEENNmmFNNNmmEONmN‘— E
IS0 RCIW I RRIAJDLARE2SRANISRIIRIZAS |2 |53
VUU=2=22000IT000VU00nUYYnYY ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
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 B32 Grade selection B31 Technical info B617 Cutting data B312
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Tsiotmiing  INdexable milling

T-slot milling

TMPO1 Kr: 90° 0

2 A

L1

L2

@D |-

L3

=

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

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

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

® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 21-25 32 40-60
v Screw (insert) 160M2.5x5.5 160M3x7 160M5%10
(1.0 Nm) (1.8 Nm) (6.7 Nm) y
y )
< | Wrench (insert) WTO7IP WTO09IP :
e
/ﬁ Wrench (insert) WT20IT ‘
Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling ot miliing

MPHT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 318 | 238
€5 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts $&  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
‘3_ P 353558 S8 B SPHBHE OO0 O
gic [F= | M| DRHODBEE OROOBPHRROO O
. i 6
e | K YT 5
T N ) o
r ' L S CCIE X O®% DS & &
H O B
N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
ISO rRRSAdn 28RBS NSRITRRALIE |2 |58
J0U0US==200Q0Z00VULRAVOURVRAVY U |=&
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
MPHT060304-DM 04 | e o °
a MPHT080305-DM 05 |e o °
MPHT120408-DM 08 | @ o ° o e
MPHT060304-LH 04 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Helicalmiling  INd@xable milling

Helical milling

] @D s 5 D od
©
e
L1
L
Weldon shank
Dimensions [mm] Teeth Inserts
Article sz | Stock Teeth Shank type
@D e od L, L row APKT | SPMT
HMPO01-040x55-XP40-SP12-02 o 40 55 40 85 175 2 1 5 Weldon APKT1504 &
HMPO01-050x55-XP40-SP12-04 o 50 55 40 95 175 4 2 10 Weldon SPMT1204
® Ex stock o On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 40 50
v Screw (insert) 160M5x%10 160M5x%13
(6.7 Nm) (6.7 Nm) % ﬁ
== !« 8 /
\& \1 ’:.’//
A | Wrench (insert) WT20T WT20T !
Grade selection B31 Technical info B617 Cutting data B312

System code B32
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O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
19 = M| ©5582 OROOBDBOBRROO O
gdt T K SR AR K @)
|
- N St DR
B S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
IS0 r WS 2280880858223 588333882 2 |55
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
E APKT150412-PM 1.2 (127 ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35558k BB B BBHBe OO0 O
M| DBRHDBB DROOHRHBBOO O
K SR o
N 8 LK
S CCIEX O% S & &
H @) B
N\—-—m'—'—NNmm‘—NNNmma:wonN\— E
150 rRRSIdB2RRE22RANININRINE = 55
OJ0U=S==200Q0Z00VURVOURAVAVY | =&
[ca g ea i ea e R aa e i aa N aa i aa f faa W o'a e Y a'a MY a'a N a MY 'a W a'a B 'a Wi a'a Wi a'a B 'a |l = = [alya)
S>E>>>5>>>>>>>>>>>>>>>>> |5 |>>
SPMT120408-PM 0.8 ° )
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Helicalmiling  INd@xable milling

Helical milling

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
HMPO01-050x84-JT50-SP12-04 o 50 84 145  246.75 4 2 16 JT
HMPO01-063x74-JT50-SP12-04 ] 63 74 135 236.75 4 2 14 JT
HMP01-063x104-BT50-SP12-04 ¢} 63 104 165 266.8 4 2 20 BT
HMPO01-063x104-JT50-SP12-04 o 63 104 165 266.75 4 2 20 JT
HMPO01-063x134-BT50-SP12-04 ¢} 63 134 195 296.8 4 2 26 BT APKT1504 &
- SPMT1204
HMPO01-063x134-JT50-SP12-04 o 63 134 195 296.75 4 2 26 JT
HMP01-080x104-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
HMPO01-080x144-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 © On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204
@D 50-80
SN
. 160M5%10 e
v Screw (insert) 67Nm)
/’ Wrench (insert) WT20IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Turning

Milling

N

Indexable mllling Helical milling

Drilling

O

Technical
Information

Index

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
19 = M| ©5582 OROOBDBOBRROO O
gdt T K SR AR K @)
|
- N St DR
B S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
IS0 r WS 2280880858223 588333882 2 |55
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
E APKT150412-PM 1.2 (127 ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35558k BB B BBHBe OO0 O
M| DBRHDBB DROOHRHBBOO O
K SR o
N 8 LK
S CCIEX O% S & &
H @) B
N\—-—m'—'—NNmm‘—NNNmma:wonN\— E
150 rRRSIdB2RRE22RANININRINE = 55
OJ0U=S==200Q0Z00VURVOURAVAVY | =&
[ca g ea i ea e R aa e i aa N aa i aa f faa W o'a e Y a'a MY a'a N a MY 'a W a'a B 'a Wi a'a Wi a'a B 'a |l = = [alya)
S>E>>>5>>>>>>>>>>>>>>>>> |5 |>>
SPMT120408-PM 0.8 ° )
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312

B240



Helicalmiling  INd@xable milling

Helical milling

HMPO1 EC Kr: 90° 0

-

- W

0\

v ’

@D

Dimensions [mm] Teeth Inserts
Article sz | Stock Teeth row| Shanktype
@D e L, L APKT | SPMT
HMPO01-050x84EC-JT50-SP12-04 o 50 84 145  246.75 4 2 16 JT
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-SP12-04 ¢} 63 104 165 266.75 4 2 20 JT
HMPO01-063x134EC-BT50-SP12-04 o 63 134 195  296.8 4 2 26 BT APKT1504 &
HMP01-063x134EC-JT50-SP12-04 o 63 134 195 296.75 4 2 26 JT SPMT1204
HMPO01-080x104EC-BT50-SP12-04 o 80 104 165  266.8 4 2 20 BT
HMPO01-080x104EC-JT50-SP12-04 ¢} 80 104 165 266.75 4 2 20 JT
HMPO01-080x144EC-BT50-SP12-04 o 80 144 205 306.8 4 2 28 BT
HMPO01-080x144EC-JT50-SP12-04 ¢} 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
% Indexable head 050EC 063EC 080EC ,
<

/ Screw (head) M10x50 M10x50 M12x55

(16.6 Nm) (16.6 Nm) (25.2 Nm)
v Screw (insert) 160M5x13 160M5x%13 160M5x%13

(6.7 Nm) (6.7 Nm) (6.7 Nm)
¢ | Wrench (head) WH8OL WH8oL WH100L
/’ Wrench (insert) WT20IS WT20IS WT20IS
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Turning

Milling

N

Indexable mllling Helical milling

Drilling

O

Technical
Information

Index

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 1504 | 1633 | 476 5.4
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
19 = M| ©5582 OROOBDBOBRROO O
gdt T K SR AR K @)
|
- N St DR
B S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
IS0 r WS 2280880858223 588333882 2 |55
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
E APKT150412-PM 1.2 (127 ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
Milling inserts §%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35558k BB B BBHBe OO0 O
M| DBRHDBB DROOHRHBBOO O
K SR o
N 8 LK
S CCIEX O% S & &
H @) B
N\—-—m'—'—NNmm‘—NNNmma:wonN\— E
150 rRRSIdB2RRE22RANININRINE = 55
OJ0U=S==200Q0Z00VURVOURAVAVY | =&
[ca g ea i ea e R aa e i aa N aa i aa f faa W o'a e Y a'a MY a'a N a MY 'a W a'a B 'a Wi a'a Wi a'a B 'a |l = = [alya)
S>E>>>5>>>>>>>>>>>>>>>>> |5 |>>
SPMT120408-PM 0.8 ° )
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312

B242



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° 0

307

od

L1

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
: o0 | od L L -~
—
CMZ01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMZ01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMZ01-032-G32-SP12-03 32 32 40 180 3 1.1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
Technical info B617 Cutting data B312

System code B32

Grade selection
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B244



Chamfer milling Indexable milllng

Chamfer milling

'y
CMZ01 Kr:30° 0

e
o]

307

)

od

L1

L

Weldon shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMZ01-012-XP20-SP12-01 ° 12 20 40 100 1 0.2
CMZ01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMZ01-032-XP32-SP12-03 32 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B31 Technical info B617 Cutting data B312

System code B32

Grade selection

B 245
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Turning
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B246



Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° 0

45,

od

L1

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sie | Stock Teeth
: o0 | od L L -~
—
CMAO01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMAO01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMAO01-032-G32-SP12-03 32 32 40 180 3 1.1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
Technical info B617 Cutting data B312

System code B32

Grade selection

B31
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B24s8



Chamfer milling Indexable milllng

Chamfer milling

'y
CMAO01 Kr:45° 0

e
o]

45,

0

od

L1

L

Weldon shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMAO01-012-XP20-SP12-01 ° 12 20 40 100 1 0.2
CMAO01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMAO01-032-XP32-SP12-03 32 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-32
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B31 Technical info B617 Cutting data B312

System code B32

Grade selection

B249
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B250



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° 0

L

A A
b Straight shank
Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMDO01-012-G20-SP12-01 ° 12 20 40 100 1 0.2
CMD01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMDO01-036-G32-SP12-03 36 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B31 Technical info B617 Cutting data B312

System code B32

Grade selection

B251
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B252



Chamfer milling Indexable milllng

Chamfer milling

'y
CMDO1 Kr:60° 0

e
o]

oc] -

L

Weldon shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
: o0 | od L L -~
—
CMDO01-012-XP20-SP12-01 ° 12 20 40 100 1 0.2
CMD01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMDO01-036-XP32-SP12-03 36 32 40 180 3 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
143M5x11
i »
v Screw (insert) 67Nm) \
| Wrench (insert) WT201S v\
B31 Technical info B617 Cutting data B312

System code B32

Grade selection

B253
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Indexable mllling Chamfer milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts €% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BHB3ODBE BB D& HPHBHE OO0 O
~— qe4 M| OSBGOSR OROOBONRBO0 O
ad |- (] K SR @)
1|
N St DR
S CCIE X O&% S & €
H O B
NFFMF‘_NNMMFNNNMU\L{I\onN‘— E
150 rMRRAA0LRRESSRRRI]82282 |2 |58
J0U0US==200QZ00VURVOURAVARAVY (U |=&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
—
SPMT120408 08 |0 @ O ® O ° o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312

System code

B254



acHseries  INdexable milling

QCH series

QCH-RD 0 & @

@D

Dimensions [mm] Inserts
Article sie | Stock Teeth
' oD | oD, L MD e
QCH-16-RD07-M8-02 b ° 16 15 25 8 2 0.027
; RDKW0702
QCH-20-RD07-M10-03 b o 20 18 30 10 3 0.058
QCH-20-RD10-M10-02 b o 20 19 30 10 2 0.054
QCH-25-RD10-M12-02 sk o 25 24 35 12 2 0.097
; RDKW10T3
QCH-32-RD10-M16-03 b o 32 30 45 16 3 0.183
QCH-32-RD10-M16-04 sk ° 32 30 45 16 4 0.22
QCH-32-RD16-M16-02 b o 32 30 45 16 2 0.156
RDKW1605
QCH-40-RD16-M16-03 5k ] 40 17 45 16 3 0.23
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert RDKWO0702 RDKW10T3 RDKW1605
@D 16-25 20-32 30-42
v Screw (clamp) 160M5x13
P (67Nm)
v Screw (insert) 160M2.5x5.0 160M4x8 160M5x%13
(1.0 Nm) (3.4 Nm) (6.7 Nm)
9 | Wrench (insert) WTO8IP WT15IP
) Wrench (insert) WT20IT
Grade selection Technical info B617 Cutting data B312

System code B32
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Indexable mllling QCH series

O Ideal machining conditions RDKT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 3.85
MiIIing inserts €% Unfavourable machining conditions
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRODBRE BO B OBHBB OO0 |O
M| DRODBEE DBROBOBBHBROO O
od I K SEELK @)
, N St DR
S CCIE X O®B DB & €3
H O )
NF—mE;NNmmFNNNmmEONmNF E
IS0 SRIVIDLARIESSRAIIINRRCE |2 55
UUUZSZ=2Z2000TVUV0VUYUVNUYUnYY ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
i RDKT10T3MO-MM o o
E RDKT10T3MO-NM o 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
& Normal machining conditions 07 02 7 2.38 2.7
€% Unfavourable machining conditions 10 T3 10 3.97 4.4
Milling inserts 16 05 16 556 | 55
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBHE BD Bk SBHBB OO0 |O
M| DHHDBH DBRDOBBHBRROO |O
a K SRR @)
- w@d
N St StEC
M 15 S % B 06 ©6 © ©
H O St
N-—-—m‘_FNNMm‘—NNNmLﬂuIﬁonN‘— ‘L—)
10 S2240808R82S]RE]R8Rg28 2 |2 |55
JUOU==200QZ000VUAVLRVAVY U =&
[ea g R e N s i s N ca ) lf=a e B ca Mifaa B oa ifa'a B e Bifa'a W o' Wi a'a B a B aa } b= =z [alya)
S>E>>>>>>>>>>>>>>>>>>>> |5 |>>
RDKW10T3MO ° o o o
\ 0 RDKW1605MO ¢) o O o
RDKW0702MO-1 ° o ® O
\ 0 RDKW0702MO-2 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
“

B256



acHseries  INdexable milling

O Ideal machining conditions RDMT 1.C S d
€5 Normal machining conditions 10 T3 10 3.97 4.1
§%  Unfavourable machining conditions
Milling inserts
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P 535D HE BB D& BBHBHE OO O
M| DBHGBE DB BBHBRBOO O
K LK o
N &8 SR
S CCIE X O&B BB & &=
H O D
N.—.—m;;NNmm-—NNNmmEONmN'— L_J
IS0 SRV 2ARIE2SINIRIITNIRANE |2 55
UUU=S=2Z2000IZ0VV0VUU0U0WULUYaLUNnYY 9 = N
[sa g e R e N a R el a lilaa Jiaa ) oa jifaa e fifaa Rl aa fa'a Rl aa M aa Wi a'a Wi a'a e a a2 )l g P4 [alya)
SE>>>>>>>>>>>>>>>>>>>> |5 |>>
RDMT10T3MO-M ° ° °
g
RDMT10T3MO-MM ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

A

QCH-RD

Turning

— 4
@D

B L
(®)]
=
E Dimensions [mm] Inserts
Article sk Stock Teeth
o0 | oD, L MD &
QCH-15-RDKW0702-M8-02 £ ° 15 125 23 8 2
QCH-15-RDKW0702-M8-03 sk ° 15 12.5 23 8 3
; RDKW0702
C QCH-20-RDKW0702-M10-04 BN ° 20 18 30 10 4
QCH-25-RDKW0702-M12-05 E ° 25 21 35 12 5
QCH-20-RDKW1003-M10-02 £ ° 20 18 30 10 2
QCH-25-RDKW1003-M12-02 %k ° 25 21 35 12 2
QCH-25-RDKW1003-M12-03 £ ° 25 21 35 12 3
g\ ! RDKW1003
= QCH-30-RDKW1003-M16-04 kS [ 30 29 43 16 4
E QCH-35-RDKW1003-M16-04 £ ° 35 29 43 16 4
QCH-42-RDKW1003-M16-05 E ° 42 29 43 16 5
QCH-24-RDKW12T3-M12-02 £ ° 24 21 35 12 2
QCH-35-RDKW12T3-M16-03 b ° 35 29 43 16 3 RDKW12T3
QCH-42-RDKW12T3-M16-04 E ° 42 29 43 16 4
D QCH-32-RDKW1604-M16-02 E ° 32 29 43 16 2 RDKW1604
® Ex stock © On demand
* With internal cooling
c
© O
2%
c
< £
o O
=
x
[
o
=
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

Spare parts

Insert RDKW0702 RDKW1003 RDKW12T3 RDKW1604
@D 15-25 20-42 24-42 32
(1) Clamp WXT6N
v Screw (clamp) 160M45x10
(50Nm)
’ Screw (clamp) LOM3.5%7.1
v Screw (insert) 160M2.5x5.0 160M3.5x7.7 160M4.5x10
(1.0Nm) (2.7 Nm) (5.0 Nm)
w Screw (insert) IG0M3 5:65TT
(27Nm)
/ Wrench (insert) WT10IP
9 | Wrench (insert) WTO7P WT15pP
/X Wrench (insert) WT20T
RDKW 1.C S d
07 02 7 2.38 2.7
O Ideal machining conditions 10 03 10 3.18 3.9
€3 Normal machining conditions 12 T3 12 3.97 3.9
Milling inserts §%  Unfavourable machining conditions 16 04 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OBRODBRE BO D OBHBE OO0 |O
M| S8HB58 GROOBHREO0 O
K ALK o
N St A
S LI < O®B OB O 3
H O St
NFFmE;NNmm—NNNmmquoNMN\— H
IS0 PRIV IDLARIESSRANIIITRRINE |2 55
UUUZS=2Z2000TVUVVVUYUVUYUYaUVUnYY 9 =
[ea g R e R e N e R a R el aa Jiaa ) foa i aa Wifaa Wfaa i a'a Jifa'a Wi a'a M 'a Wi a'a i a'a Wifa a a2 )l g P4 [alya)
S>> >>>>>>>>>> |5 |[=>
RDKW0702MO-1 ° o ® O
RDKW0702MO-2 °
RDKW1003MO-1 o o LI )
RDKW1003MO-2 o
RDKW1003MO-3 ° ° °
o RDKW12T3MO-1 ° o O e e
RDKW12T3MO-2 ° o
RDKW12T3MO-3 ° ) °
RDKW1604MO-1 o o e ® 0 O
RDKW1604MO-2 o
RDKW1604MO-3 [¢) o ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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O Ideal machining conditions RDHT L 1.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
€% Unfavourable machining conditions 10 03 10 3.18 3.9
12 T3 12 3.97 39
Milling inserts 16 04 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SOBRDHBE 8D B BBHBB OO0 |O
M| S830838 DBRBDBHBBREHEOO |O
@d K EEEEX o
15015 N &3 SRS
S CCIE X oL DL O
H O &8
N.—.—m‘_‘_NNMm-—NNNmmﬁonN‘_ H
150 SRS088rRg82SSRS8SRg282 2 |55
OUU===200Q0I0U00U0R0VURUAVY |U =«
[ea e R e R el a R a li ~a W aa R o | lf=a i aa B oa B a'a B oa e a R o'a N a'a W a2 W' R a2 ) b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>> |> |>>
RDHT0702MO-LH o
Q RDHT1003MO-LH °
& | RDHT12T3MO-LH o
RDHT1604MO-LH °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

QCH-RD-FMR11

@D

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @b | oD, L MD g
QCH-20-RD10-M10-02-FMR11 x o 20 18 30 10 2 0.058
QCH-25-RD10-M12-03-FMR11 b ° 25 21 35 12 3 0.089 RD**10T3
QCH-32-RD10-M16-03-FMR11 b [ 32 30 45 16 3 0.211
QCH-42-RD10-M16-05-FMR11 5k [ 42 40 45 16 5 0.297
QCH-25-RD12-M12-02-FMR11 sk [ 25 21 35 12 2 0.1
QCH-32-RD12-M16-03-FMR11 sk [ 32 30 45 16 3 0.205 RD**1204
QCH-42-RD12-M16-05-FMR11 x ° 42 40 45 16 5 0.279
® Ex stock o On demand
*¢ With internal cooling
Spare parts
Insert RD**10T3 RD**1204
@D 20-78 20-78
v Screw (insert) 160M3.5%8 160M3.5%8
(2.7 Nm) (2.7 Nm)
9 | Wrench (insert) WT15IP WT15IP
Grade selection Technical info B617 Cutting data B312
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Indexable mllling QCH series

O Ideal machining conditions RDMT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 476 | 44
g e}
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBDBRROO O
»d I l K € 5 % @
, 1 N ) SR
S CCIE X O&% S & €
H O B
m = = — =
IS0 554808 Rg8eSg58888¢2800 |b 55
O00===00QZ0000R00URATATL | |28
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
RDMT10T3MO-M () ° °
e RDMT1204MO-M ° o ° °
4
RDMT10T3MO-MM ° °
e RDMT1204MO-MM o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RDMW | I.C S d
& Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts &% Unfavourable machining conditions 12 04 12 4.76 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBH BB DBk HPHBHE OO0 O
M| DHHDBE DRODBDPBHHBOO O
od K SRR @)
N D D
S CCIE O®% DBH &S
H O &
Is0 222088082 egRS88S8g2882 2 |55
JOUOU=S=200QZ000UAVLRVAVY U =&
(e e R e e R e R e e R va e | f~a liaa Jiaa MY aa Waa JiYa a Ry oa WY 'a R c'a MY 'a MY o'a MY 2 ) Pt = (alya)
S>> >>>>>>>>>>> |5 ==
RDMW10T3MO-H ° °
@ RDMW1204MO-H ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
<o
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acHseries  INdexable milling

QCH series

QCH-RP-FMR11

@D

Dimensions [mm] Inserts
Article sie | Stock Teeth
' oD | oD, L MD g
QCH-20-RP10-M10-02-FMR11 x o 20 18 30 10 2 0.058
QCH-25-RP10-M12-03-FMR11 b o 25 21 35 12 3 0.16
; RP**10T3
QCH-32-RP10-M16-03-FMR11 b o 32 30 45 16 3 0.21
QCH-42-RP10-M16-05-FMR11 5k o 42 40 45 16 5 0.29
QCH-25-RP12-M12-02-FMR11 x® o 25 21 35 12 2 0.097
QCH-32-RP12-M16-03-FMR11 sk o 32 30 45 16 3 0.21 RP**1204
QCH-42-RP12-M16-05-FMR11 x o 42 40 45 16 5 0.27
® Ex stock o On demand
* With internal cooling
Spare parts
Insert RP**10T3 RP*%*1204
@D 20-78 20-78
v Screw (insert) 160M3.5%8 160M3.5%8
(2.7 Nm) (2.7 Nm)
9 | Wrench (insert) WT15IP WT15IP
Grade selection Technical info B617 Cutting data B312
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Indexable mllling QCH series

O Ideal machining conditions RPMT I.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts $%  Unfavourable machining conditions 12 04 12 476 | 44
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | SBRODBRE BO B OBHBB OO0 |O
M| DRODBEE DBROBOBBHBROO O
od I K SEELK @)
' N St DR
S CCIE X O®B DB & €3
H O )
m = = — =
IS0 554808 Rg8eSg58888¢2800 |b 55
O03===000|20000R00RTAGL O =&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
RPMT10T3MO-M () ° °
e RPMT1204MO-M () ° °
i
RPMT10T3MO-MM ° o
e RPMT1204MO-MM °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RPMW 1.C S d
& Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts &% Unfavourable machining conditions 12 04 12 4.76 44
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBH BB BGR BBHBHB OO0 |O
M| DHHDBE DBRODOBDBHBROO |O
a K SRR @)
© ad
N D D
M 11 S % B 00 ©6 & B
H O St
N T - e
50 SEsBREREBesEzasteEnan b 5.
000===000Z20000RAOLRTAGIL |G |2
(e e R e e R e R e e R va e | f~a liaa Jiaa MY aa Waa JiYa a Ry oa WY 'a R c'a MY 'a MY o'a MY 2 ) Pt = (alya)
S>> >>>>>>>>>>> |5 ==
RPMW10T3MO-H ° °
9 RPMW1204MO-H ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
<
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acHseries  INdexable milling

O  Ideal machining conditions RPKT 1.C S d
€3 Normal machining conditions 10 T3 10 3.97 4.1
Milling inserts §%  Unfavourable machining conditions 12 04 12 4.76 4.4
RP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRHBDR BH Dk SBHBHR OO0 |O
M| DHRHDBSH DBROOBDBHBRROO |O
K SRR o
N &8 €D S8
S L X O%B BB O &
H O St
N‘—x—m‘_‘_NNmm-—NNNmma:\onN‘_ L\;J
IS0 SRA4MLKRBSSSNRIIARRR2 2 |58
JO0U==200QZ0000AVLRVAVIY (U =&
[ e N a N e R a R a e i ea | lfaa e R aa Mifaa R aa Wifa'a i oa Bifa'a WY ca Wifa'a Wt a Wi e} b=t =z [alya)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
RPKT10T3MO-MM o
e RPKT1204MO-MM o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Grade selection B31 Technical info B617 Cutting data B312
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QCH series

QCH - APKT Kr: 90° @

=7

=y

MD
@D+

Dimensions [mm] Inserts
Article sk | Stock Teeth
| oo | @, | s | L | o i
QCH-16-APKT07-M8-03 x ° 16 16 6.4 25 8 3 0.03 APKT0702
QCH-16-APKT11-M8-02 b ° 16 125 10.5 25 8 2 0.028
QCH-18-APKT11-M8-02 S [ 18 15 10.5 30 8 2 0.085
QCH-20-APKT11-M10-03 sk ] 20 18 10.5 30 10 3 0.059
APKT11T3
QCH-25-APKT11-M12-04 sk [ 25 21 10.5 35 12 4 0.104
QCH-32-APKT11-M16-05 b ° 32 29 10.5 43 16 5 0.26
QCH-40-APKT11-M16-06 ES [ 40 29 10.5 43 16 6
QCH-25-APKT16-M12-02 sk o 25 21 15.5 38 12 2 0.09
QCH-32-APKT16-M16-02 x® ° 32 29 15.5 46 16 2 0.23
QCH-32-APKT16-M16-03 sk [ 32 29 15.5 46 16 3 0.23 APKT1604
QCH-40-APKT16-M16-03 x® ° 40 29 15.5 46 16 3 0.28
QCH-40-APKT16-M16-04 sk o 40 29 15.5 46 16 4 0.28
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert APKT0702 APKT11T3 APKT1604
@D 15-25 16-40 25-40
. 160M1.8x4 160M4x8.4 |
v Screw (insert) (0.5 Nm) (3.4 Nm)
v Screw (insert) 160M25x6.5T
(1.0Nm)
V Wrench (insert) WTO5IP WTO8IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
o
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acHseries  INdexable milling

APKT L S d
O  Ideal machining conditions 07 02 4.26 2.38 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €% Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBRE BB DB BBB OO0 |O
; ' M| Snoos snoooses00 O
Wl e _ _______ R K BBG O
: 1971 N ) D83
8 L S & & 08 66 & @
H O S
N.—.—m'—‘—NNmm—NNNmmquonN\— E
50 CWISBSOd9 ARSERERNEEREREE & |28
LLLLLLLLLRLLLLRRLLLERE £ 89
APKT11T304-ALH 04 | 65 ° o0
m APKT11T308-ALH 0.8 | 6.5 ° o0
— APKT160404-ALH 04 |9.33 o
APKT160408-ALH 0.8 |9.33 ° e O
APKT070204-APF 04 |6.91 ° °
(u APKT11T304-APF 04 | 6.5 °
n— APKT11T308-APF 0.8 | 6.5 o o0 o
APKT160408-APF 0.8 {9.33 o ® ® OO
APKT11T304-APL 04 | 6.5 o ° o
be- ~ 7] APKT11T308-APL 0.8 | 6.5 ¢} ° o
APKT160408-APL 0.8 |9.33 ¢} ° ¢}
APKT160420-APL 2 1933 o ° °
APKT070204-APM 04 |6.91 ° °
APKT11T304-APM 04 | 65 o ° °
APKT11T308-APM 08 | 6.5 ° ° o L) o
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 [ o0
@& | ApKT11T320-APM 2 |65 . . oo
e,
APKT160408-APM 0.8 |9.33 ° [ I} o o0 e}
APKT160416-APM 1.6 1933 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 o e °
APKT11T304-LH 04 | 65
& APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T308-NM 0.8 | 6.5 ° °
APKT11T312-NM 1.2 | 65 [} °
APKT11T304-PF 04 | 6.5 o o o o
T APKT11T316-PF 16 | 65 o
s | APKT160408-PF 0.8 |9.33 o
APKT160430-PF 3 ]933|0
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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Indexable mllling QCH series

APKT L S d
O Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353558 S8 B SPHBHE OO0 O
r
; p— M| DRHODBEE OROOBPHRROO O
W ) e K sne o
; " N & D
8 L S & B 06 86 © ®
H O B
N\—-—S"EENNMM\—NNNMU\UIﬁonN; E
1SO r W Rdd o 2 RIE2S2RRASRITIRAILA= = |5 o
VUU=S=22000IT000VU0nUY0YnYY 9 =
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
APKT11T304-PM 04 |65 |0 O o o o o
APKT11T308-PM 0.8 | 65 |0 o ® O O o o o o
) APKT11T312-PM 1.2 | 65 o o
NS | APKT11T316-PM 16 | 65 o
APKT160408-PM 0.8 |933|0 0 O @ ® O O 0 0 0 o °
APKT160416-PM 16 |933|0 o
APKT11T304-PR 04 | 6.5 o
& APKT11T316-PR 16 | 65 o
APKT0702-XR 6.91
n APKT11T3-XR 6.5 ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series
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\
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Dimensions [mm] Inserts
Article sk | Stock Teeth
' o0 | oD, | a, L MD | —->a
QCH-16-AD08-M08-C x o 16 15 85 28 8 1 0.027
QCH-17-AD08-M08-C b o 17 15 85 28 8 1 0.029
QCH-20-AD10-M10-C S o 20 19 9.5 30 10 1 0.053
QCH-21-AD10-M10-C sk o 21 19 9.5 30 10 1 0.055
ADKT-GM
QCH-26-AD12-M12-C £ o 26 12.5 12.5 35 12 1 0.095
QCH-32-AD15-M16-C sk o 32 17 14.5 43 16 1 0.19
QCH-33-AD15-M16-C sk o 33 17 14.5 43 16 1 0.2
QCH-40-AD12-M16-C S o) 40 17 125 45 16 3 0.25
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert ADKT-GM ADKT-GM ADKT-GM ADKT-GM ADKT-GM
@D 40 16-17 20-21 25-26 32-33
v Screw (insert) 160M4x7 160M2.2x5.5 160M4x7 143M4x8
(3.4Nm) (0.8 Nm) (3.4Nm) (3.4Nm)
v Screw (insert) 160M25x6.5T
(1.0Nm)
/ Wrench (insert) WTO09IP WTO7IP WTO08IP WTO9IP
/ Wrench (insert) WT15S
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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ADKT L S d
08 03 7.96 3 24
O  Ideal machining conditions 10 03 10 3.2 2.8
€3 Normal machining conditions 1273 | 1244 | 39 35
Milling inserts €8  Unfavourable machining conditions 16 05 16 5 44
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3BB3HDBH BB Dk HPHBHE OO0 O
M| DHHBE DWODBBHHBOO O
K SR @)
N D D
S CCIE X O% HH & €k
H O D
N.—.—UM‘EENNMM-—NNNmmﬁonN‘_ H
IS0 W RRddn2ARE2SRASRIARIQE |2 |85
UUU=SZ=2Z2000TVV0VYVUYUVUYaUnVY 9 =
[ea Qe J e R el sl ~a R el aa Jiea ) oa Jifaa Wifaa Wfaa i a'a Jifa'a Wi a'a i 'a WY a'a W a'a Wifa'a i a2 )l g b4 [alya)
S>> >>>>>>>>>>> |5 ==
ADKT080308L-GM 533 °
=~ ADKT100308L-GM 6.44 °
— ADKT12T308L-GM 8 °
ADKT160508L-GM 9.62 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions ADKT L S d
€3 Normal machining conditions 09 03 10 2.8 24
&% Unfavourable machining conditions 1003 | 11.65 3.5 2.8
12 T3 15 3.9 3.54
Milling inserts 1505 | 17.05 | 495 | 45
AD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBE BD Dk HPHBE OO0 O
n/821 M| Sooon OBOGBGBBOO O
S
© K SO @)
w-for(CINef-  odff
o] \\LJ N S Dk
s 15°3-
L S I O% B & &
H O B
NFPmEENNMm—NNNmmuIﬁonN; LLr‘—)‘
IS0 W SR22888 088228588 RReRR 2 2 |55
VUU=Z=ZZ2000ITV0VUVWULUYaYnVY 9 =
[ea g R e N e s N s N ea ) lfoaliaa B oa Mifaa B oa ifa'a e Mifaa W ca Wi a'a Wi a B e} b= =z [alya)
S>E>>>5S>>>>>>>>>>>>>>>> |5 |>>
ADKT090308R-GM 5 °
—= ADKT100308R-GM 6.04 °
n— ADKT12T308R-GM 8.16 °
ADKT150508R-GM 8.81 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

QCH-LNKT  Kr: 90° 0 0

ap

@D
|

Tt

@D1

L
Dimensions [mm] Inserts
Article e | Stock Teeth
' @D | od L | ayme | MD (4 !]
QCH-20-LN08-M10-02 ° 20 20 30 8 10 2 0.067
QCH-20-LN08-M10-03 o) 20 20 30 8 10 3 0.052
QCH-25-LN08-M12-03 o 25 25 35 8 12 3 0.118
QCH-25-LN08-M12-04 o 25 25 35 8 12 4 0.088
LNKT080404PNR-GM
QCH-32-LN08-M16-04 [ 32 32 45 8 16 4 0.248
QCH-32-LN08-M16-05 ° 32 32 45 8 16 5 0.246
QCH-40-LN08-M16-05 ° 40 40 45 8 16 5 0.327
QCH-40-LN08-M16-06 ° 40 40 45 8 16 6 0.321
QCH-32-LN12-M16-02 ° 32 32 45 1.5 16 2 0.238
QCH-32-LN12-M16-03 [ 32 32 45 11.5 16 3 0.234
LNKT1206PNR-GM
QCH-40-LN12-M16-03 ° 40 40 45 11.5 16 3 0.299
QCH-40-LN12-M16-04 ° 40 40 45 1.5 16 4 0.298
® Ex stock o On demand
* With internal cooling
Spare parts
Insert LNKT080404PNR-GM LNKT1206PNR-GM
@D 16-40 25-40
X 160M3x7 160M4x12 ;
v Screw (insert) (1.8 Nm) (3.4 Nm) @
9 | Wrench (insert) WTO09IP WT15IP '
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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O Ideal machining conditions LNKT L S d
€3 Normal machining conditions 08 04 8.75 4.45 34
Milling inserts $%  Unfavourable machining conditions 1206 | 127 | 675 | 44
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBOBRROO O
L
K SR @)
N St DR
S CCIE X O&% S & €
H O B
NFFM‘_‘_NNMM\—NNNmmuIﬁonN‘— E
1SO Wi irReeddmLlR8SSRnRl]82282 |2 |s8
JO0U=S==S000Z000U0RAVORVAVIY |U =&
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>> >>>>>>>>>> |5 |[>=>
'— LNKT080404PNR-GL 85 |04 ° o0 °
() | LNKT120608PNR-GL 13 |08 o ee o
LNKT080404PNR-GM 85 |04 ° ° o0 o
LNKT080408PNR-GM 85 |08|0 o0
LNKT080412PNR-GM 85 |1.2|0
LNKT080415PNR-GM 85 |15 o
Q LNKT120608PNR-GM 13 /0.8 ° o e o0 o
LNKT120612PNR-GM 13 [1.2|0 o ° o
LNKT120616PNR-GM 13 [16|0 o o o
LNKT120624PNR-GM 13 (24 ) °
LNKT120632PNR-GM 13 (3.2 o () °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

e ko P P

Ml
i

\ I
uula @D,

Dimensions [mm] Inserts

Article sie | Stock oD, ) VD Teeth @

@D Ap max &
QCH-32-VP22-M16-02C S ° 32 30 43 10 16 2 0.18
QCH-32-VP22-M16-02CA S ° 32 30 43 10 16 2 0.18 VPGT2205
QCH-42-VP22-M16-03CA £ o 42 29.5 60 10 16 3 0.319
® Ex stock 0 On demand

* With internal cooling

Spare parts

Insert VPGT2205
@D 25-40
. I60M5x11
v Screw (insert) 67Nm)
) Wrench (insert) WT20IT
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

O  Ideal machining conditions VPGT L 1.C S d
€3 Normal machining conditions 22 05 12.7 | 5.56 5.5
MiIIing inserts €% Unfavourable machining conditions
VP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OORODBR BB B V8L OO0 O
M| DBRHBBE BBOOBHBRROO O
K SR AR K o
N &3 SEEXS
S LI X o8 &L & @
H O &
NFFmEENNMMFNNNmmEonN; E
150 rMIR3ddnldRE22RAIRIFIELS=s £ |85
VUUZSZZ=ZZ2000Z20VV0UVU00VUVULUNnVY O = N
[ea e R o W a N e R ea i va W aa R wa | lf=a N aa R o'a B a'a B 'a e a MY 'a M a'a W 'a 2 WY c'a R a2} e =z [alya)
S>>>>>>>>>>>>>>>>>>>>> |> |>>
VPGT220502-LP 0.2 o
VPGT220505-LP 0.5 °
VPGT220508-LP 0.8 o °
VPGT220510-LP 1 °
VPGT220515-LP 1.5 o
’ VPGT220520-LP 2 °
@ VPGT220525-LP 2.5 o °
VPGT220530-LP 3 o °
VPGT220532-LP 3.2 o °
VPGT220540-LP 4 o °
VPGT220550-LP °
VPGT220560-LP 6 o
VPGT220564-LP 6.4 o
® Exstock o Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

Profile milling

QCH - XPHT & @

MD
@D+

Dimensions [mm] Inserts
Article e | Stock Teeth
' @0 | @0, | a, | L | MD <
QCH-16-XPHT16-M10 S ° 16 17 16 28 10 2 0.036 XPHT16
QCH-20-XPHT20-M10 b ° 20 10.5 20 30 10 0.048
XPHT20
QCH-20-XPHT20-M12 5k o 20 19 20 30 12 2 0.051
QCH-25-XPHT25-M12 sk [ 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 b ° 32 30 32 45 16 2 0.162 XPHT32
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32
v Screw (insert) 160M2.5%6.5 160M4x10 160M5x13.2 160M5x%13.2
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm)
" Screw (insert) 160M3.5x08TT
(27Nm)
/ Wrench (insert) WT10IP
) Wrench (insert) WT20IT WT20IT
/ Wrench (insert) WTO7P
/’ Wrench (insert) WT15S
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
O  Ideal machining conditions 25 25 | 476 | 47
€3 Normal machining conditions 30 30 6.35 5.8
Milling inserts €8  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHHHBH BB B V8B OO0 O
M| ©S83588 BBOVBBHBOO O
K EEEEE o
N &8 SERK
S CCIE K OB BHB & 3
H O &8
M = — N mnm N NN n % ~N o= 8
150 RI1a|ISR280828RB828588883882 |2 |55
VUU=Z=2Z2000TVV0VUYUVnUYaYnVY ) - N
[oaR~a e e R e e Ny va e Ry aa | oa N oa Waa B aa S 'a Baa Y ='a WY a'a B 'a Wi 'a B oo i 2§ [P = [alya)
SE>>>>>>>>>>>>>>>>>>>> | |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
&P | XPHT25R1204-GM 125 o .
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 B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

QCH - ZOHX

<

System code B32

8 || EE
L
Dimensions [mm] Inserts
Article i Stock y . g
' @D oD, L MD Q
QCH-16-ZOHX16-M8 ° 16 15 28 8 0.029 ZOHX16
QCH-20-ZOHX20-M10 ° 20 19 30 10 0.048 ZOHX20
QCH-25-ZOHX25-M12 ° 25 24 35 12 0.087 ZOHX25
QCH-32-ZOHX32-M16 ° 32 30 45 16 0.18 ZOHX32
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX32
@D 16 20 25 32
“, Screw (insert) 170M5x12TT 170M5x16TT 170M6x20TT 170M8x25TT
(6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) ‘
N
/ Wrench (insert) WT20IP WT20IP WT20IP
) Wrench (insert) WT30IT
Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

ZOHX 1.C S d
A 16 16 4 5
O  Ideal machining conditions 20 20 5 5
€3 Normal machining conditions 25 25 6 6
Milling inserts €8  Unfavourable machining conditions 32 32 7 8
g Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
g P | SOBRDHBE 8D B BBHBB OO0 |O
|_
M| S830838 DBRBDBHBBREHEOO |O
. K EEEEX o
N &3 SRS
S S CCIE X oL DL O B
B H O o
NFFW‘EENNMMFNNNmmﬁonNE E
150 RISRLIIdonldRIE2SRISIRRIARRA= |2 |58
VUU=2=22000I20V0U00LNLVLUGLUNL VY ) = N
[ea e R o R el a R a i ~a W ea N ca | lf=a i aa R oa B aa B oa e a R o'a N a'a W a2 W' Qi a2} b= =z [alya)
S>>>>>>>>>>>>>>>>>>>>> |> |>>
8\ ZOHX1604-GF 8 °
= & | ZOHX2005-GF 10 °
= &Y | onascecr 125 o
ZOHX3207-GF 16 °
ZOHX1604-GM 8 °
@ | ZOHX2005-GM 10 o
v ZOHX2506-GM 125 o
C ZOHX3207-GM 16 °
ZOHX1604-HM 8 o
ey ZOHX2005-HM 10 o
ZOHX2506-HM 12.5 ¢}
g ZOHX3207-HM 16 ¢}
= ® Exstock o Ondemand HC' Coated carbide
o HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
c
© O
= ®
c
< £
o O
= E
<
()
o
=
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

High-feed mills

QCH-SDMT Kr: 15° 0 & @

JI

Il
i

‘(K

l

‘\\n\‘wm I

i

I

Dimensions [mm]

Inserts

i s

Article sz | Stock o0 oD, ) VD Teeth
QCH-16-SDMT06-M08-02 x o 16 8.5 17 8 2 0.068
QCH-20-SDMT06-M10-03 3 ° 20 19 30 10 3 0.058
QCH-25-SDMT06-M12-04 N ° 25 24 35 12 4 0.097
QCH-32-SDMT06-M16-05 X o 32 30 45 16 5 0.183 SbMTo6T2
QCH-32-SDMT06-M16-06 x ° 32 29 45 16 6 0.267
QCH-35-SDMT06-M16-05 x o 35 30 45 16 5 0.242
QCH-25-SDMT09-M12-02 * o 25 24 35 12 2 0.088
QCH-25-SDMT09-M16-02 S o 25 24 35 16 2 0.199
QCH-30-SDMT09-M16-03 £ ° 30 29 45 16 3 0.176
QCH-32-SDMT09-M16-03 £ ° 32 30 45 16 3 0.187
QCH-32-SDMT09-M16-04 *® o 32 30 45 16 4 0.187 SDMTO09T3
QCH-35-SDMT09-M16-03 S o 35 30 45 16 3 0.216
QCH-35-SDMT09-M16-04 £ ° 35 30 45 16 4 0.2
QCH-35-SDMT09-M16-05 X ° 35 30 45 16 5 0.195
QCH-40-SDMT09-M16-04 *® o 40 30 45 16 4 0.29
QCH-32-SDMT12-M16-02 S ° 32 30 45 16 2 0.175
QCH-35-SDMT12-M16-02 £ o 35 30 45 16 2 0.2
QCH-35-SDMT12-M16-03 X o 35 30 45 16 3 0.2 SDMT1204
QCH-40-SDMT12-M16-03 x o 40 30 45 16 3 0.3

® Ex stock © On demand
* With internal cooling

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

Spare parts

Insert SDMT06T2 SDMTO09T3 SDMT1204
@D 15-35 20-40 32-40
9 Clamp WD-204 WD-204
v Screw (clamp) I60MAx84
(34Nm)
’l Screw (clamp) I60M3.5x08TT
(27Nm)
v Screw (insert) 160M2.2x5.5 160M4x8.4 160M4x8.4
(0.8 Nm) (3.4Nm) (3.4Nm)
¢ |Wrench (clamp) WT10IP WT15IP
/ Wrench (insert) WTO7IP WT15IP WT15IP
SDMT L 1.C S d
O  Ideal machining conditions 06T2 | 635 | 635 | 258 | 25
€5 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts €8  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB BDBHE BD Bk OBHBB OO0 |O
M| DHHDBB GRDOBBHBRBROO |O
K SR @)
N St StEC
S T X O% DBH &
H O St
N.—_m;;NNmm—NNNmmquonN; E
IS0 ralfR RV l2lRE2SRNSRIFIALIR’= |= |55
VUU=SZ=Z2Z2000TVV0VUVWULYYnVY ) =
[ea e R e e R e R e e i va i aa | f~a lifaa Biaa MY aa Wa'a MiYa'a JiYe'a WY o'a WY c'a MY a'a MY c'a MY 2 )l Pt z (alya)
SESS>S>S>E>>F>E>S>>>>>>>>>>5 |5 |[=>
SDMT06T208-DM 0.8 |15 o ¢} o0 o
SDMTO09T312-DM 1.2 [15|e ° o LI )
SDMT120412-DM 1.2 15| e ° o L I
SDMT06T208-NM 0.8 |15 o ° °
SDMTO09T312-NM 1.2 |15 ° o e o0 °
SDMT120412-NM 1.2 |15 ° o e o e °
SDMTO06T208-PM 08 |15 | e ° oOe e o
@9 | SDMT09T312-PM 12 |15 . o oo
— SDMT120412-PM 1.2 |15 ° o0
® Ex stock o Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

B280



QCH series

Indexable milling

High-feed mills

QCH-WPGT Kr: 11°-22° 0 & @

MD
D1

Dimensions [mm] Inserts
Article se Stock Teeth
' oD | oD, L MD -
L=
QCH-20-WPGT05-M10-02 x o 20 18 30 10 2 0.056
; WPGT0503
QCH-25-WPGT05-M12-03 b ° 25 24 35 12 0.113
QCH-25-WPGT06-M12-02 b o 25 21 35 12 2 0.097
QCH-30-WPGT06-M16-03 sk ] 30 30 45 16 0.2002
QCH-32-WPGT06-M16-03 x® ° 32 29 43 16 3 0.185 WPGT0604
QCH-40-WPGT06-M16-04 sk ° 40 30 45 16 0.252
QCH-42-WPGT06-M16-04 b o 42 29 43 16 4 0.23
QCH-32-WPGT08-M16-02 5k ] 32 30 45 16 0.221
; WPGT0806
QCH-40-WPGT08-M16-03 b ° 40 30 45 16 0.268
® Ex stock 0 On demand
* With internal cooling
Variable lead angle (lead angle ist hier dependent on size of inserts)
lead angle: WPGTO05: 16°% WPGT06: 22°; WPGTO08: 11°; WPGT09: 21°
Spare parts
Insert WPGT0503 WPGT0604 WPGT0806
@D 16-32 25-42 25-42
a Clamp WD-208
v Screw (clamp) I60M5x13
(6.7Nm)
v Screw (insert) 160M4x8.4 160M5x13
(3.4Nm) (6.7 Nm)
w Screw (insert) I6OM3 5x6.5TT
(27Nm)
) Wrench (clamp) WT20IT
) Wrench (insert) WT20IT
¢ | Wrench (insert) WT10P WT15P
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

WPGT I.C S d
O Ideal machining conditions 05 03 7.94 35 4
€3 Normal machining conditions 06 04 | 9525 | 42 4.4
Milling inserts $&  Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353558 S8 B SPHBHE OO0 O
#Z M| DRHODBEE OROOBPHRROO O
= K DB o
L .|_ --
-~ N & OB
S S CCIE X O®% DS & &
H O B
N\—-—S"EENNMM\—NNNMU\UIﬁonN; E
IS0 N eRddomllRE22RRASRITRILA= = |5 o
VUU=S=22000IT000VU0nUY0YnYY 9 =
[a Qe R e N~ R e R el aa Ji aa ) fea R aa fa'a Wfa'a Sl a'a Jifa'a Y a'a Wi 'a WY a'a Wi a'a WY e a i a2 |l I b4 [alya)
S>> >>>>>>>>>> |5 |[=>
WPGT050315ZSR-PM 15 |o [ 3N °
@9 | WPGT060415ZSR-PM 15 |e coe .
S | \wpeT08061575R-PM 15 | coe .
WPGT050315ZSR 15 |e °
6 WPGT060415ZSR 15 | @ . o
~~— | WPGT080615ZSR 15 |e ° e e e o0
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

QCH-EN Kr: 18 0 & @ 0

A

@D

MD
D1

Dimensions [mm]

Inserts

Article sk | Stock Teeth
' o0 | @0, | L | MD o
QCH-16-EN12-M8-02-XMR12 x ° 16 13 28 8 2 0.025
QCH-17-EN12-M8-02-XMR12 b ° 17 15 28 8 2 0.027
QCH-18-EN12-M8-02-XMR12 x [ 18 15 28 8 2 0.033
QCH-20-EN12-M10-03-XMR12 x [ 20 17 30 10 3 0.046
QCH-22-EN12-M10-03-XMR12 x® ° 22 19 30 10 3 0.057
; ENMX1206**
QCH-25-EN12-M12-04-XMR12 b ° 25 21.6 35 12 4 0.09
QCH-28-EN12-M12-04-XMR12 x ° 28 216 35 12 4 0.104
QCH-32-EN12-M16-05-XMR12 S [ 32 28 43 16 5 0.199
QCH-33-EN12-M16-05-XMR12 x [ 33 28 43 16 5 0.02
QCH-40-EN12-M16-06-XMR12 x ] 40 29 40 16 6 0.024
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert ENMX1206**
@D 16-45
v Screw 160M2.5x7 4
(1.0Nm)
S Wrench WTO7IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

Milling inserts

@)

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

ENMX

12 06

12 3 2.88

EN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHB3ODBE BB D& HPHBHE OO0 O
M| ©5582 OROOBDBOBRROO O
K SR @)
N &8 DR
S CCIE X O&% S & €
H O B
NFFM‘_‘_NNMM\—NNNmmuIﬁonN‘— E
IS0 rw| > 22 ddR3 RSB SSNSISIN2IQR |2 |55
XYY YS=ZZ200QT0000N0nUUa0nyuy ) = N
[ea Qe e R el el el el aa Ji aa ) foa R aa Wifaa lfaa i a'a Jifa'a W a'a 2 WY a'a i a'a WY a a a2 )l I~ b4 [alya)
S>E>>>>>>>>>>>>>>>>>>>> > > >
ENMX120608-GM 0.8 3 °
‘ ENMX1206R30-GM 3 2.8 °
ENMX1206XR-GM 06 | 6 |06 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

QCH-RD-Q 0 & @

@D1

Dimensions [mm] Inserts
Article sie | Stock Teeth

' oD | oD, L MD &
QCH-20-RD07-Q12-03 x ° 13 11.9 30 12 3 0.1

; RDKW0702
QCH-25-RD07-Q14-03 b ° 18 13.9 35 14 3 0.141
QCH-20-RD10-Q12-02 b [ 10 11.9 30 12 2 0.101
QCH-25-RD10-Q14-02 sk ] 15 13.9 35 10 2 0.145 RDKW10T3
QCH-32-RD10-Q18-03 x® ° 22 17.9 45 18 3 0.206
QCH-32-RD16-Q18-02 b ° 16 17.9 45 18 2 0.19 RDKW1605

® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert RDKWO0702 RDKW10T3 RDKW1605
@D 16-25 20-40 30-42
v Screw (insert) 160M2.5%5.0 160M4x8 160M5x%13
(1.0 Nm) (3.4Nm) (6.7 Nm)
9 | Wrench (insert) WTO8IP WT15IP
) Wrench (insert) WT20IT
Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

RDKW 1.C S d
O Ideal machining conditions 07 02 7 2.38 2.7
€5 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts €2  Unfavourable machining conditions 16 05 16 | 55 | 55
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P | SBRbBe SO G GBHBe 00 |O
M| SO0 DRODDBHRRZOO O
a K SR @)
© wod
N &8 PR
M 15 S 8 B 0B B8 & &
H O )
NFFM‘_‘_NNMM\—NNNMU\?I:ﬁonN‘— =
150 S22088°05822R3NSRR 2282 |2 |55
J0U0US==200Q0Z00VULRAVOURVRAVY U |=&
[ea g ea g ea R N e M aa R aa M aa f oa Wi a'a R 'a WY aa i a'a s a W a'a R a'a R a'a Wi 'a Wi a'a B a'a I~ =z [alya)
SE>>>S>>>>>>>>>>>>>>>>> |5 |[>>
RDKW10T3MO ° o o o
a RDKW1605MO o o o o
RDKW0702MO-1 ° o
a RDKW0702MO-2 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

QCH series

charkrG oy P &P

W o 10
\ Q ~Z
a
p
L
Dimensions [mm] Inserts
Article sl | Stock Teeth ;

| o | @, | s | L | @
QCH-16-APKT07-Q10-02 £ o 16 16 6.4 25 10 2 0.036 APKT0702
QCH-16-APKT11-Q10-02 b ° 16 15.2 10.5 28 10 2 0.028
QCH-20-APKT11-Q12-02 sk o 20 19 10.5 30 12 2 0.059 APKT11T3
QCH-25-APKT11-Q14-03 sk [ 25 24 10.5 35 14 3 0.104
QCH-25-APKT16-Q14-02 x® ° 25 13.9 15.5 35 14 2 0.13
QCH-30-APKT16-Q18-03 b ° 30 29 15.5 45 18 3 0.171 APKT1604
QCH-32-APKT16-Q18-03 S [ 32 17.9 15.5 45 18 3 0.24

® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT0702 APKT11T3 APKT1604
@D 15-25 16-25 20-40
v Screw (insert) 160M1.8x4 160M2.5%5.5 160M4x8.4 ﬁ
(0.5 Nm) (1.0Nm) (3.4Nm)
Wrench (insert) (Nm)
9 | Wrench (insert) WTO7IP WT15IP
Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

APKT L S d
A O Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $&  Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
£ r ] P oosces o0 o2 ¢ees 00 [0
é : [p—— M| S83DO5E3 DBROOBHBEO0O |O
w| fo ) fl e K SBs o
j 1"° i e e
8 L S & &% 00 96 O B
H O &
B N\—-—m‘_‘_NNMm\—NNNmmuIﬁonN‘— E
IS0 rwifReddad2lR822RNIRINRINE |2 55
UUUZSZ=2Z2000TVV0VUYUVUYUnYY ) = N
Lo egs £ 8¢
APKT11T304-ALH 04 | 6.5 ° L)
(=2 = APKT11T308-ALH 0.8 | 6.5 ° o0
:=% E APKT160404-ALH 04 |9.33 °
= APKT160408-ALH 0.8 {9.33 ° ® O
APKT070204-APF 04 |6.91 ° °
tu APKT11T304-APF 04 | 6.5 °
—— APKT11T308-APF 0.8 | 6.5 o L I ) o
APKT160408-APF 0.8 {9.33 o ® ® OO
C APKT11T304-APL 04 | 6.5 o ° o
= APKT11T308-APL 0.8 | 6.5 ¢} ° o
APKT160408-APL 0.8 |9.33 ¢} ° ¢}
APKT160420-APL 2 1933 o ° °
8’ APKT070204-APM 04 |6.91 ° °
% APKT11T304-APM 04 | 6.5 [ ° °
e APKT11T308-APM 0.8 | 6.5 ° ° o o0 o
APKT11T312-APM 1.2 | 65 [ ° °
APKT11T316-APM 16 | 6.5 ° L I )
@& | ApkT117T320-APM 2 |65 . . oo
e
APKT160408-APM 0.8 |9.33 [ [ 3} o o0 o
D APKT160416-APM 1.6 19.33 ° ° °
APKT160420-APM 2 1933 [ ° °
APKT160424-APM 24 1933 ° ° °
= S APKT160430-APM 3 1933 o e °
2 *g - APKT11T304-LH 04 | 65
ﬁ = — APKT11T308-LH 08 | 6.5
'2 “_g APKT160408-LH 0.8 |9.33
APKT11T308-NM 0.8 | 6.5 ° °
APKT11T312-NM 1.2 | 65 ° °
APKT11T304-PF 04 | 6.5 o o o o
E @ APKT11T316-PF 16 | 65 o
W | APKT160408-PF 0.8 |9.33 o
APKT160430-PF 3 ]933|0
< ® Ex stock © On demand HC' Coated carbide
% HT  Uncoated cermet
< HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312

N
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acHseries  INdexable milling

APKT L S
O  Ideal machining conditions 07 02 4.26 2.38 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €% Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P G558 SH B SPHBHE OO0 O
r
; M| DRODBEE DROOPOHRROO O
W ) e K fee O
: 1971 N ) D83
88 L S % B 08 66 & @
H O B
N-——QE;NNMMFNNNmmquONmN; E
IS0 r WS 22 RARNRRBS 2588883882 |2 |55
UUU=S=22000IT000UU00nUYYnYY 9 = N
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
S>> >>>>>>> |5 |[=>
APKT11T304-PM 04 |65 |0 O o o o o
APKT11T308-PM 0.8 | 65 |0 o ® O O o o o o
) APKT11T312-PM 1.2 | 65 o o
NS | APKT11T316-PM 16 | 65 )
APKT160408-PM 0.8 |933|0 0 O @ ® O O o o o °
APKT160416-PM 16 |933|0 )
APKT11T304-PR 04 | 6.5 o
D "
e APKT11T316-PR 16 | 65
APKT0702-XR 6.91
n APKT11T3-XR 6.5 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

QCH-XPHT-Q & @

@D

Dimensions [mm] Inserts
Article s | Stock Teeth
' @d | oD, | a, L MD g
QCH-16-XPHT16-Q10 b ° 16 9.9 16 28 10 2 0.09 XPHT16
QCH-20-XPHT20-Q12 S ° 20 11.9 20 30 12 2 0.049 XPHT20
QCH-25-XPHT25-Q14 S [ 25 13.9 25 38 14 2 0.182 XPHT25
QCH-30-XPHT30-Q18 sk ] 30 29 30 45 18 2 0.2 XPHT30
QCH-32-XPHT32-Q18 sk [ 32 17.9 32 45 18 2 0.22 XPHT32
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32
w Screw (insert) 160M2.5%6.5 160M4x10 160M5x13.2 160M5x%13.2
(1.0 Nm) (3.4Nm) (6.7 Nm) (6.7 Nm)
“’ Screw (insert) 160M3.508TT
(27Nm)
¢ | Wrench (insert) WT10IP
A | Wrench (insert WT20IT WT20IT
/ Wrench (insert) WTO7P
/’ Wrench (insert) WT15S
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
B290 ‘



acHseries  INdexable milling

XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
O  Ideal machining conditions 25 25 | 476 | 47
€3 Normal machining conditions 30 30 6.35 5.8
Milling inserts €8  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRDDBH SO D BPHBH OO0 |O
M| SBDODBEE DBHRBOBHBREFOO |O
|
K SR LR @)
—+)- ad
N &8 A
R L S LI K oL DBHL D
H O &8
M — — T v
IS0 R|a|825808230288588288883800 b |52
OUU===2000ZI000U0RLVURUAVY | =«
DO DO DO D DD DD DDDDDDDDOXODZ = [alya)
S>>>>>>>>>>>>>>>>>>>>> |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
&SP | XPHT25R1204-GM 125 o .
XPHT30R1506-GM 15 |11 °
XPHT32R1606-GM 16 | 9 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

QCH-ZOHX-Q

<

Dimensions [mm] Inserts
Article sk Stock -~ 1
' @D @D, L MD Q
QCH-16-ZOHX16-Q10 ° 16 15 28 8 0.085 ZOHX16
QCH-20-ZOHX20-Q12 ° 20 11.9 30 12 0.1 ZOHX20
QCH-25-ZOHX25-Q14 ° 25 13.9 35 14 0.16 ZOHX25
QCH-30-ZOHX30-Q18 ° 30 29 45 18 0.24 ZOHX30
QCH-32-ZOHX32-Q18 ° 32 17.9 45 18 0.24 ZOHX32
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 16 20 25 30 32
“ Screw (insert) 170M5x12TT 170M5x16TT 170M6Xx20TT 170M8x25TT 170M8x25TT
(6.7 Nm) (6.7 Nm) (9.1TNm) (16.2 Nm) (16.2 Nm) m
/ Wrench (insert) WT20IP WT20IP WT20IP @
)~ Wrench (insert) WT30IT WT30IT -
B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

ZOHX 1.C S d
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
€3 Normal machining conditions 30 30 7 8
Milling inserts €% Unfavourable machining conditions 32 32 7 8
ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHBHBDBH BH DBk HPHBHE OO0 O
M| DHHDBEH DROBOLDBHRBO0O O
K SR o
N St SR
S S < O&% HBH &
H O St
N.—‘—mgamwmm-—mmmmm£ommm; E
1SO RIBIINAm2ARESSRAIIIINIREA= |= |55
UUU=Z=22000IZ0 00000 Y0YnYY 9 - N
[ea e R e e R e R va e R e R aa | lf~a liyaa JYaa MY aa WY a'a JiYa'a Ry o'a N 'a WY c'a MY 'a MY 'a N 2 |l Pt = (alya)
S>> >>>>>>>>>>>> |5 ==
ZOHX1604-GF °
ZOHX2005-GF 10 °
§° J | ZOHX2506-GF 12,5 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1604-GM 8 L]
ZOHX2005-GM 10 °
B
v ZOHX2506-GM 12.5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
ZOHX1604-HM 8 o
ZOHX2005-HM 10 o
€ = | ZOHx2506-HM 125 o
ZOHX3007-HM 15 o
ZOHX3207-HM 16 o
® Exstock o Ondemand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

QCH-SDMT-Q 0 & @ 0

Dimensions [mm] Inserts
Article sl | Stock Teeth
' gD | @D, L MD
QCH-25-SDMT09-Q14-02 £ o 25 24 35 14 2 0.088
SDMTO09T3
QCH-30-SDMT09-Q18-03 sk ° 30 29 45 18 3 0.21
QCH-32-SDMT12-Q18-02 b (] 32 30 45 18 2 0.23
SDMT1204
QCH-35-SDMT12-Q18-02 ] L] 35 30 45 18 2 0.245
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert SDMTO09T3 SDMT1204
oD 25-35 25-40
8 cmp WD-204 WD-204
v Screw (clamp) I60MaxB4
(34Nm)
" Screw (clamp) 160M3.5x08TT
(27Nm)
v Screw (insert) 160M4x8.4 160M4x8.4
(3.4Nm) (3.4Nm)
¢~ |Wrench (clamp) WT10IP WT15IP
¢ | Wrench (insert) WT15IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
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acHseries  INdexable milling

O  Ideal machining conditions SDMT L I.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH D& SPHBHE OO0 O
0#7 M| OHOOHEe DROODBORROO O
77
od| i K SBs O
o 8 N St D &
\
S S CEECK O&% HBH & &
H O B
NF—mEENNMMFNNNmmuIﬁonNE E
IS0 r a2l KE2SRASRITIRLLZ |2 |55
UUUZSZ=2Z2000TVUVVVUYUVUYUYaUVUnYY ) =
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
SDMT09T312-DM 1.2 |15 | e ° o o e oo
SDMT120412-DM 1.2 |15 | e ° ° o
SDMTO09T312-NM 1.2 |15 ° o e o o °
SDMT120412-NM 1.2 |15 ° o e ° °
SDMT09T312-PM 1.2 |15 ° o o °
SDMT120412-PM 12 |15 o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

QCH-WPGT-Q Kr: 11°-22° 0 & @

Dimensions [mm] Inserts
Article sl | Stock Teeth \
' oD | @D, L MD ©
L=
QCH-20-WPGT05-Q12-02 £ ° 20 11.9 30 12 2 0.1 WPGT0503
QCH-25-WPGT06-Q14-02 £ ° 25 13.9 35 14 2 0.141
QCH-32-WPGT06-Q18-03 b [ 32 17.9 45 18 3 0.228
WPGT0604
QCH-35-WPGT08-Q18-02 E L] 35 17.9 45 18 2 0.245
QCH-35-WPGT06-Q18-03 £ ° 35 17.9 45 18 3 0.26
® Ex stock o On demand
* With internal cooling
Variable lead angle (lead angle ist hier dependent on size of inserts)
lead angle: WPGTO05: 16°% WPGT06: 22°; WPGTO08: 11°; WPGT09: 21°
Spare parts
Insert WPGT0503 WPGT0604
@D 16-32 20-42
a Clamp WD-208
v Screw (clamp) I60M5x13
(6.7 Nm)
v Screw (insert) I60MA4x84 g, y =
(34Nm) |
. I60M3.5%6.5TT
w Screw (insert) 27Nm) 0
) Wrench (clamp) WT20IT
< | Wrench (insert) WT10IP WT15IP
System code B32 Grade selection B31 Technical info B617 Cutting data B312
N
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acHseries  INdexable milling

WPGT 1.C S d
O  Ideal machining conditions 05 03 7.94 35 4
€5 Normal machining conditions 06 04 | 9525 | 4.2 4.4
Milling inserts €% Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P G558 SH B SPHBHE OO0 O
{f: M| DRODBEE DROOPOHRROO O
= K DBN O
L .|_ -
-~ N & 8
S S CCECX O&% HBH & &
H O B
N-——QE;NNMMFNNNmmquONmN; E
150 R dn2SRISES2RNL]IRIBIAQ=- = |55
UUU=S=22000IT000UU00nUYYnYY 9 = N
[a Qe R e R e N e R e R el aa R aa ) fea i aa fa'a Wfa'a S a'a Jifa'a i a'a Wi a'a Wi a'a Wi a'a Wi a a N a2 |l I b4 [alya)
S>> >>>>>>> |5 |[=>
WPGT050315ZSR-PM 15 |o [ 3N °
@9 | WPGT060415ZSR-PM 15 | @ co e .
W | \wpGT08061525R-PM 15 | oo .
WPGT050315ZSR 15 | e ° °
6 WPGT060415ZSR 15 @ . o o
~~— | WPGT080615ZSR 15 |e ° e e 00
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling QCH series

QCH series

'y
QCH-SPGT-Q 0

D1

Dimensions [mm] Inserts
Article sl | Stock Teeth
' gb | oD, L MD -
QCH-16-SPGT05-Q10-45-03 £ o 16 22.6 25 10 3 0.032
SPGT0502
QCH-20-SPGT05-Q12-45-04 b 20 26.6 30 12 4 0.644
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SPGT0502
oD 16-20
. 160M2x4.3
v Screw (insert) (©05Nm)
% Wrench (insert) WTO06IP
Grade selection B31 Technical info B617 Cutting data B312
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acHseries  INdexable milling

O  Ideal machining conditions SPGT L S d
€3 Normal machining conditions 05 02 5 2,38 2,2
MiIIing inserts €%  Unfavourable machining conditions
SP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P B35 DBHs SBH B OBHBeE OO0 |O
M| OHOOHEe DROODBORROO O
K SRR o
N St D &
S CEECK OB BB © €&
H O B
N-—-—m'—‘—NNmm-—NNNmmquonN\— B
150 r RRES88NRSB2SS5SRSRS28E 2 |58
JUOU==200QZ0000AVULRVAVILY (U =&
[ea g R e R el a R a R el el aa ) a Jifaa Wfaa lfaa i a'a Jifa'a Wi a'a e Wi a'a i a'a Wi a a a2 )l I~ P4 [alya)
S>> >>>>>>>>>>> > > >
' SPGT050204-EM 0,4 o o
- SPGT050204-PM 04 o o

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

® Ex stock o0 On demand

System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable m|||ing QCH shanks & spare parts

Indexable heads shanks

Solid carbide shank, stepped, Q thread

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

B300



QCH shanks & spare parts Indexable mllllng

Indexable heads shanks

Steel shank, stepped, Q thread

S [a}

,#4

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

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

Solid carbide shank, stepped, metric thread

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

<
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Indexable mllling General milling inserts

O  Ideal machining conditions HNGX L 1.C )
€3 Normal machining conditions 09 05 9.16 |15.875] 5.56
Milling inserts €2 Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ©3GaG5B8% SO B SBBHE OO0 O
M| DBBRHDBSH DROHRHBRBOO O
K O 98 &8 @)
N L D
S CCICE O&% HH & &%
S
H @) B
NF_mE;NNMMFNNNmU\UIWONMN‘_ E
IS0 rRRSddn 2 RE22RNIRIITRBIAQE |2 58
UVUU=S=2=2000TVVVYVYUVUYUYaUnYY Y = N
[a Qe R e R R e R el aa Qi aa ) fa R a'a Mfa'a W a'a Jfa'a Jifa'a i a'a Wi a'a N a'a WY a'a Mifa a a2 |l g b4 [ala)
S>> >>>>>>>>>> |5 |[=>
HNGX090530-HDR 3 o o
HDR
&
HNGX090516-MR 1.6 )
MR | HNGX090520-MR 2 .
"
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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General milling inserts Indexable milllng

O  Ideal machining conditions LNE3 L LW S
€3 Normal machining conditions 2.53 |15875] 476 | 9.525
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
LW P 353508 S6 D& BBHBE OO0 O
. . 5
. 0= M| SBB3OS BHROBBBWBO0 (O
. K 8% 4 @
Ll K
%} N & oB
: . S LI O& BB & &%
H @) B
N——mE;NNMm—NNNmm?{:\onN; E
IS0 rRRSddn 2 RE22R8NIRIRTIRBIANE |2 58
UUU=2=22000T00VU0UU0nUYUa0nYl 9 =
[a N R e R e e R e N aa Qi aa ) fea Y a'a Wfa'a Wi a'a fa'a Jfa'a i a'a i a'a N a'a i a'a Jifa'a i a'a |l g P4 [ala)
S>> >>>>>>>>>>>>> > > >
LNE32.534 1.6 [olNeRNe)
[E—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling General milling inserts

O  Ideal machining conditions LNCX LW L )
€3 Normal machining conditions 18 06 10 24 6.4
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ©3GaG5B8% SO B SBBHE OO0 O
M| DBBRHDBSH DROHRHBRBOO O
K O 98 &8 @)
N L D
S CCICE O&% HH & &%
H @) B
N-—-—m‘_‘_NNmm-—NNNmmUI')onN‘— E
IS0 bs RRIINALLRE2SRASIRRSAINE |2 55
J0U0U=S==200Q0Z000VURVOURAVARAVLY (U =&
[a Qe R e R R e R el aa Qi aa ) fa R a'a Mfa'a W a'a Jfa'a Jifa'a i a'a Wi a'a N a'a WY a'a Mifa a a2 |l g b4 [ala)
S>> >>>>>>>>>> |5 |[=>
LNCX1806AZT11L 1.2 o
LNCX1806AZT11R 1.2 o
' LNCX1806AZT22R 1.8 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B32 Grade selection B31 Technical info B617 Cutting data B312
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General milling inserts Indexable milllng

O  Ideal machining conditions SNKN L 1.C S
€3 Normal machining conditions 12 04 12.7 12.7 4.76
MiIIing inserts §%  Unfavourable machining conditions 1504 | 15875 15.875| 476
SN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 353508 S6 D& BBHBE OO0 O
s M| DRHDBSE DROBDBHBRBOO O
bs)
21C ) K ek o
\x:_\J\g, N & L
Ii_ f S CCIEX O& BB & &%
H @) B
N——mE;NNMm—NNNmm?{:\onN; E
IS0 bs |be| R 2RQBNRSB829788SR8882 | |55
UUU=2=22000T00VU0UU0nUYUa0nYl Y = N
[a N R e R e e R e N aa Qi aa ) fea Y a'a Wfa'a Wi a'a fa'a Jfa'a i a'a i a'a N a'a i a'a Jifa'a i a'a |l g P4 [ala)
S>> >>>>>>>>>>>>> > > >
SNKN1204ENN 1.5 0.9 ° oo
SNKN1504ENN 1.5 |09 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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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 14
Milling inserts §%  Unfavourable machining conditions 1504 |15875|15875| 14
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ©35aG5B8%s SO B SBHBHE OO0 O
“5’ s M| osmoos SHOO00Re00 O
¢Q’/’ ™) K O 98 &8 O
=475 15 N & OB
- Il — 1 S CCICE O&% HBH & &%
H @) B
N.——mEENNmm—NNNmmquonN\— E
IS0 bs |[be R RYIIALAIRNE22R]AIIITRIIAQZ |2 |53
UVUU=S=2=2000TVVVYVYUVUYUYaUnYY Y = N
[a Qe R e R R e R el aa Qi aa ) fa R a'a Mfa'a W a'a Jfa'a Jifa'a i a'a Wi a'a N a'a WY a'a Mifa a a2 |l g b4 [ala)
S>> >>>>>>>>>> |5 |[=>
SPCN1203EDSKR 32 1.0 °
SPCN1504EDSKR 48 |1.0 °
-
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
<
B306 ‘



General milling inserts Indexable milllng

O  Ideal machining conditions SPMR L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts €2 Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 353508 S6 D& BBHBE OO0 O
o » M| DRHDBSE DROBDBHBRBOO O
gl.c [ = K SRR O
C_|,
N St SR
\ ’
) Es S CCIEX O& BB & &%
H @) B
N-—-—m‘_‘_NNMm-—NNNmmEonN‘— E
IS0 rfRRSIdd2RRE2SRNININRICE |2 55
O0U=S==2000Z000U0URVUAVARVLY (U =&
[a N R e R e e R e N aa Qi aa ) fea Y a'a Wfa'a Wi a'a fa'a Jfa'a i a'a i a'a N a'a i a'a Jifa'a i a'a |l g P4 [ala)
S>> >>>>>>>>>> |5 |[=>
SPMR120304 0.4 °
SPMR120308 0.8 ® O
SPMR120312 1.2 o
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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SPMT L 1.C S d
O  Ideal machining conditions 0603 | 635 | 635 | 3.18 | 28
€3 Normal machining conditions 0913 | 9525 | 9.525 | 3.97 4.4
MiIIing inserts €2 Unfavourable machining conditions 1204 | 127 | 127 | 476 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OBROBRE BD D& SPDBHE OO0 O
' N 11°" M| BB BEH BB BBHBRBO0 O
ad |- 111 K LK @)
11|
N &8 D
S CEIE X O&% BH & €%
H @) @
N-—u—m‘_‘_NNMMI—NNNmmﬁonN‘_ E
150 rRINANLLRE2SINR8]32Q”2 |2 |58
JOU=S=S00Q0Z00VLUAVLRVAVY U =«
[ea Qe R R e R~ i e R aa lf sa Qi aa ) ea Jifaa ifaa Rifaa lfaa ifa'a Wfaa i a'a i a'a Wi a'a e a e |l g P4 [ala)
S>> >>>>>>>>>>>>> > > >
SPMT120408-HT-1 0.8 o
HT-1
—
SPMTO09T308-HT 0.8 ° ° o
HT
—
SPMT060304-KT 0.4 o
KT
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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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
MiIIing inserts §%  Unfavourable machining conditions 1504 | 15875 15.875| 476
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P 3535088 SH L BoHe 00 |O
e 17 M| 082008 Qe0a00ana00 [0
. / N\
~ K SRR o
I N e o8
A L S $ o8 08 © B
H O S
N-—-—m‘_‘_NNMm-—NNNmmEonN‘— E
IS0 rIRRIdNLRRB22RNSRIIIRLLE |2 58
OU00===000ZI000U0ARAVOURIVAVIY (U =&
[a N R e R e e R e N aa Qi aa ) fea Y a'a Wfa'a Wi a'a fa'a Jfa'a i a'a i a'a N a'a i a'a Jifa'a i a'a |l g P4 [ala)
S>E>>>>S>>>>>>>>>>>>>>>> |5 |>>
SPGN120304 0.4 ) o
SPGN120308 0.8 o
—
SPUN120308 0.8 o o
SPUN150412 1.2
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B31 Technical info B617 Cutting data B312
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Indexable mllling General milling inserts

Milling inserts

©)

Ideal machining conditions
€3 Normal machining conditions
€2 Unfavourable machining conditions

TPKN

L 1.C S

16 03

16.5 | 9.525 | 3.18

TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P ©35aG5B8%s SO B SBHBHE OO0 O
=
‘c M| DBRHDHBSH DROHRHBRBOO O
S
2 K SPL AR O
i N &8 D
S LI O&% HBH & &%
H @) B
B NF—mE;NNmm—NNNmmquonN; E
IS0 bs |be|an S 888 KQBNRSESS888S838 0 |b oo
UVUU=S=2=2000TVVVYVYUVUYUYaUnYY Y = N
[a Qe R e R R e R el aa Qi aa ) fa R a'a Mfa'a W a'a Jfa'a Jifa'a i a'a Wi a'a N a'a WY a'a Mifa a a2 |l g b4 [ala)
S>>>>>>>>>>>>>>>>>>>>> > > >
TPKN1603PDSKR 1.0 |1.2] 11 ® O e} o °
TPKN1603PDTKR 1.0 |1.2] 11 o
g \— TPKN1603PPER 1.0 |1.2| 11 °
E ® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
(@)}
=
E
[a)
=
© O
=
=
< £
o O
=
X
()
o
=
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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General milling inserts Indexable milllng

TP** L 1.C S
O  Ideal machining conditions 1103 1 635 | 318
€3 Normal machining conditions 16 03 165 | 9525 | 3.18
MiIIing inserts &8 Unfavourable machining conditions 22105 22 127 | 476
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SB35 DBE BB D& BBHBHE OO O
M| DBBBE DROBBBRBOO O
K LR @)
od N & BB
o s & @ 08 98 © B
H @) St
N-—n—m‘_‘_NNmm-—NNNmmE’:}onNF E
150 r RR80882888828588858882 12 |58
JOU=S=S000Z0000UAUURVAVY (U =«
[a Qe e e R e e R aa i sa Qi aa ) ea Jifaa Mifaa Wifaa Slfaa ifa'a Jifaa i a'a i a'a Wi a'a e a e |l =4 P4 [ala)
S>> >>>>>>>>>>> > > >
TPMR110304 0.4 °
TPMR110308 0.8 o
TPMR160304 0.4 °
e TPMR160308 0.8 oo o
TPMR160312 1.2 o
TPMR220412 1.2 o
TPUN110304 0.4 o
TPUN160304 0.4 °
TPUN160308 0.8 ® O o o
s | TPUN160312 1.2 °
TPUN220408 0.8 °
TPUN220412 1.2 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B32 Grade selection B31 Technical info B617 Cutting data B312
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Indexable milling Recommended cutting data

Guide for recommended cutting data - indexable milling

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

& Starting values for cu in]
3
<] HC
Brinell &
Composition / structure / heat treatment hardness g YBC302 YBC401 YBD152 YBD252
HB -
',:% a,/D a./D a. /D a./D
= 11034 1/5 11]3/4 1/5 1/1]3/4 /5
ca.0,15%C annealed 125 1 260 300
ca.045%C annealed 190 2 225 255
Unalloyed steel ca.0,45%C tempered 250 3 210 240
ca.0,75% C annealed 270 4 185 210
ca.0,75% C tempered 300 51 170 195 150 170
P annealed 180 6 225 255 195 225
tempered 275 7 185 210 160 185
Low-alloyed steel
tempered 300 8 170 195 150 170
tempered 350 9 145 165 125 145
High-alloyed steel and high-alloyed annealed 200 10 130 150 115 130
tool steel hardened and tempered 325 1 95 105 | 80 95
ferritic/martensitic annealed 200 122
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
=
perlitic/ferritic 180 16 370 430 320 370 I
Grey castiron
‘ perlitic (martensitic) 760 7 720 | 255 | 100 | 220
ferritic 160 18 255 295 220 255
K Cast iron with s
perlitic 250 19 170 200 145 170
ferritic 130 20 305 855) 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 ez 20 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium 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
Hard cast iron cast 400 89
Hardened cast iron hardened and tempered 55HRC 40

| |
----------

-n--------

Feed rate recommendations on page B248
Forexarph Frrateriaiforeaimgrosgroups view page D22.

N
B312 >



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 FMAO7 FMAO7 FMA11 g
Material group LNKT12 ANGX15 ONHU06 ONHU08 SNEG12 .é
. Applifation |2
F M R F M R F M R F m R F M R
Unalloyed steel 0,25 | 0,50 0,23 0,25 019 | 0,23 0,19 | 0,23 020 | 0,23
P Low-alloyed steel 023 | 047 0,22 0,23 017 | 0,22 017 | 0,222 0,19 | 0,21
High-alloyed steel and high-alloyed tool steel 022 | 044 0,20 0,22 0,16 | 0,20 0,16 | 0,20 0,18 | 0,20
Stainless steel 0,18 | 0,35 0,14 | 0,16
Grey cast iron 0,28 | 0,55 0,26 0,28 0,20 | 0,26 0,20 | 0,26 022 | 0,25
K Cast iron with spheroidal graphite 0,25 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
Malleable cast iron 025 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
Aluminium wrought alloys 0,20 0,21
N Aluminium-Gusslegierungen 0,20 0,21
Copper and copper alloys(bronze/brass) 0,18 0,19
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron

N

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.

Drilling

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

O

Technical
Information

m
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N
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Indexable mllling Recommended cutting data

Indexable milling - group 1 (FMA07/11/12/17, FMP12/17, FMD02, EMP09/13)

Technical
Information

Index

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

Note:

B314

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 B338.

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




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD) HW
YBM253 YBG102 YB9320 YBG205 YBG205H YBG252 YBG302 YBS303 YD101 YD201
ae./D ae./D ae./D a./D a./D a./D a./D a:./D a./D a./D
1/1)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 1/5 1/1)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
260 300 270 315 245 285 235 275 235 275 230 265 225 260
225 255 230 270 210 245 200 235 200 235 200 230 195 225
210 240 220 255 200 230 190 220 190 220 185 215 180 210
185 210 190 225 175 200 165 195 165 195 165 190 160 185
170 195 180 205 160 190 155 180 155 180 150 175 150 170
225 255 230 270 210 245 200 235 200 235 200 230 195 225
185 210 190 225 175 200 165 195 165 195 165 190 160 185
170 195 180 205 160 190 155 180 155 180 150 175 150 170
145 165 150 175 135 160 130 155 130 155 130 150 125 145
130 150 135 160 125 145 120 140 120 140 115 135 115 130
95 105 95 115 90 100 85 100 85 100 85 95 80 95
130 150 135 160 125 145 120 140 115 135 115 130 140 185
110 130 115 135 105 120 100 120 100 115 95 110 120 155
140 160 145 170 130 155 125 150 125 145 120 140 150 195
110 130 115 135 105 120 100 120 100 115 95 110 120 155
300 345 270 315 260 300 270 315 255 295 250 290
180 205 160 190 155 180 160 190 150 175 150 170
205 240 185 215 180 210 185 215 175 200 170 195
135 160 125 145 120 140 125 145 115 135 115 130
245 285 225 260 215 250 225 260 210 240 205 235
165 190 150 175 145 165 150 175 140 160 135 160
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
920 150
80 120
90 120
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond

N
v B315
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Indexable mllling Recommended cutting data

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

Technical
Information

Index

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

Note:

B316

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

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

N34 s (34 15 |34 s |34l s |34l s (134 s (134 s (34| s |34 15 |34 s |34 175
245 285 255 295 240 280 230 265 220 255 215 250 210 245 270 315
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
200 230 205 240 195 225 185 215 180 205 175 200 170 200 220 255
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
135 160 145 165 135 155 130 150 125 145 120 140 120 135 150 180
125 145 130 150 120 140 115 135 110 130 110 125 105 125 140 160
90 100 90 105 85 100 85 95 80 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, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond

N
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B318

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 B338.

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




Recommended cutting data Indexable milllng

Coated carbide
Uncoated carbide, primary component (TiC) or (TiN), cermet
Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (Al,03), reinforced

Polycrystalline diamond
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B320

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D a./D a./D a./D a./D a./D ae./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185
95 105 140 95 115 150 90 105 140 90 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
345 400 520 300 345 450 300 345 450 285 330 430 270 315 410 260 300 390
210 245 320 180 205 270 180 205 270 170 195 255 160 190 250 155 180 235
240 280 365 205 240 315 205 240 315 195 225 295 185 215 280 180 210 275
160 185 245 135 160 210 135 160 210 130 150 195 125 145 190 120 140 185
285 330 430 245 285 375 245 285 375 230 270 355 225 260 340 215 250 325
190 220 290 165 190 250 165 190 250 155 180 235 150 175 230 145 165 215
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond
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Indexable mllling Recommended cutting data

Indexable milling - group 3 (FMR01/02/03/04/11)

Starting values for cutting speed vc [m/min]

Ed
2
Brinell g HC (PVD)
Material group Composition / structure / heat treatment hardness < YBG205H YBG212
HB £
] a./D ae/D
= 1/1)3/4 1/5 1/20 [ 1/1]3/4 /5 1/20
approx. 0,15 % C annealed 125 235 275 240 280 365
approx. 0,45 % C annealed 190 2 200 235 205 240 315
Unalloyed steel approx. 0,45 % C tempered 250 3 190 220 195 225 295
approx. 0,75 % C annealed 270 4 165 195 170 200 260
approx. 0,75 % C tempered 300 5 155 180 160 185 245
P annealed 180 6 200 235 205 240 315
tempered 275 7 165 195 170 200 260
Low-alloyed steel
tempered 300 8 155 180 160 185 245
tempered 350 9 130 155 135 155 205
High-alloyed steel and high-alloyed annealed 200 10 120 140 120 140 185
tool steel hardened and tempered 325 1 85 100 85 100 130
ferritic/martensitic annealed 200 12 120 140 185
martensitic tempered 240 13 105 120 155
M Stainless steel
austenitic quench hardened 180 14 130 150 195
austenitic-ferritic 230 15 105 120 155
perlitic/ferritic 180 16 270 315 265 305 400
Grey cast iron
perlitic (martensitic) 260 17 160 190 160 185 245
ferritic 160 18 185 215 180 210 275
K Cast iron with spheroidal graphite
perlitic 250 19 125 145 120 140 185
ferritic 130 20 225 260 220 255 335
Malleable cast iron
perlitic 230 21 150 175 145 170 225
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37 90 150
H hardened and tempered 60 HRC 38 80 120
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40 90 120
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B322

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (PVD) HW
YBG252 YBG302 YBS303 YD101 YD201
ae./D a./D ae./D ae./D ae./D
1/1|3/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1|3/4 1/5 1/20 [ 1/1]3/4 1/5 1/1)3/4 1/5
230 265 345 225 260 340
200 230 300 195 225 295
185 215 280 180 210 275
165 190 250 160 185 245
150 175 230 150 170 225
200 230 300 195 225 295
165 190 250 160 185 245
150 175 230 150 170 225
130 150 195 125 145 190
115 135 180 115 130 170
85 95 125 80 95 125
115 135 175 115 130 170 140 185
100 115 145 95 110 145 120 155
125 145 185 120 140 185 150 195
100 115 145 95 110 145 120 155
255 295 385 250 290 380
150 175 230 150 170 225
175 200 260 170 195 255
115 135 180 115 130 170
210 240 315 205 235 310
140 160 210 135 160 210
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, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B324

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D a./D a./D a./D a./D a./D ae./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
235 275 360 245 285 375 230 265 345 220 255 335 210 245 320
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
190 220 290 200 230 300 185 215 280 180 205 270 170 200 260
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
130 155 205 135 160 210 130 150 195 125 145 190 120 135 180
120 140 185 125 145 190 115 135 180 110 130 170 105 125 165
85 100 130 90 100 130 85 95 125 80 90 120 75 90 120
120 140 180 125 145 190 15 135 175 110 130 170 105 125 160
100 120 155 105 120 160 100 115 145 95 110 145 920 105 135
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, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B326

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

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

Coated carbide

Uncoated carbide, primary component (TiC) or (TiN), cermet
Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
Polycrystalline diamond

N
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B328

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

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

HC  Coated carbide

HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)

BL  Cubic boron nitride with low BN content

BH  Cubic boron nitride with high BN content

CN  Si3N4 ceramic

CM  Mixed ceramic

HC; Coated cermet

BC  CBN with coating

CC  Coated cutting ceramic

CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond

N
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Indexable mllling Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B330

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 B338.

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




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBM253 YBG102 YBG152 YB9320 YBG205 YBG212 YBG252 YBG302
ae/D ae/D ae/D a./D ae/D a./D a./D a./D

VA 3/41 /5 [11)3/4 5 (11034 /5 | 1A3/4 ] 15 |34 /5 (11034 15 (1134 15 | 11]3/4] /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 15 105 120 100 115 95 110 95 110 95 110 920 105 920 105
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 90 105
85 100 90 105 85 95 80 95 80 95 80 95 80 90 75 90
110 125 110 130 105 120 105 120 100 115 100 115 100 115 95 110
85 100 90 105 85 95 80 95 80 95 80 95 80 920 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 95 110 920 105 920 105

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

HT
HW
BL
BH
CN
™
HC,
BC
CcC
CR
DP

Coated carbide

Uncoated carbide, primary component (TiC) or (TiN), cermet
Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
Polycrystalline diamond
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Indexable mllling Recommended cutting data

Indexable milling - group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

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

Note:

B332

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBD252 YBM253 YBG102 YBG152 YB9320 YBG205 YBG212
a./D a:./D a./D a./D a./D a./D a./D
1/1)3/4 1/5 1720 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 1/5 1/20 | 1/13/4 1/5 1/20 [ 1/1]3/4 1/5 1/20 | 1/1]3/4 15 1/20 [ 1/1]3/4 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360 240 280 365
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290 195 225 295
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205 135 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
95 105 140 95 115 150 90 105 140 90 100 130 85 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180 120 140 185
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195 130 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
290 335 440 300 345 450 285 330 430 270 315 410 260 300 390 265 305 400
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
195 225 295 205 240 315 195 225 295 185 215 280 180 210 275 180 210 275
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
235 270 355 245 285 375 230 270 355 225 260 340 215 250 325 220 255 335
160 180 235 165 190 250 155 180 235 150 175 230 145 165 215 145 170 225
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond
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Indexable mllling Recommended cutting data

Indexable milling - group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

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

Note:

B334

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 B338.

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




Recommended cutting data Indexable milllng

Coated carbide
Uncoated carbide, primary component (TiC) or (TiN), cermet
Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (Al,03), reinforced

Polycrystalline diamond
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Indexable mllling Recommended cutting data

Indexable milling - group 8 (FMP06, FMR06)

Starting values for cutting speed vc [m/min]

Q
3
o
Brinell g HC (CVD) HC (PVD) BH
Material group Composition / structure / heat treatment hardness £ YBM253 YBD252 YB9320 YZB223
HB £
] a./D a./D a./D a./D
= 1/113/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5
approx. 0,15 % C annealed 125 260 300 280 360 245 285
approx. 0,45 % C annealed 190 2 225 255 280 320 210 245
Unalloyed steel approx. 0,45 % C tempered 250 3 210 240 260 300 200 230
approx. 0,75 % C annealed 270 4 185 210 220 280 175 200
approx. 0,75 % C tempered 300 5 170 195 220 280 160 190
P annealed 180 6 225 255 280 320 210 245
tempered 275 7 185 210 240 280 175 200
Low-alloyed steel
tempered 300 8 170 195 240 280 160 190
tempered 350 9 145 165 220 240 135 160
High-alloyed steel and high-alloyed annealed 200 10 130 150 200 260 125 145
tool steel hardened and tempered 325 1 95 105 [ 200 | 220 [ 90 | 100
ferritic/martensitic annealed 200 12 130 150 125 145
martensitic tempered 240 13 11 130 105 120
M Stainless steel
austenitic quench hardened 180 14 140 160 130 155
austenitic-ferritic 230 15 110 130 105 120
perlitic/ferritic 180 16 320 370 270 315 1000 1200
Grey cast iron
perlitic (martensitic) 260 17 220 260 160 190 700 900
ferritic 160 18 240 280 185 215 = =
K Cast iron with spheroidal graphite
perlitic 250 19 220 260 125 145 300 400
ferritic 130 20 280 305 225 260 = =
Malleable cast iron
perlitic 230 21 180 220 150 175 300 400
cannot be hardened 60 22
Aluminium wrought alloys
hardenable ‘ hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable ‘ hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @z, CE % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
Hardened steel hardened and tempered 55 HRC 37
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B336

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 B338.

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




Recommended cutting data Indexable milllng

Starting values for cutting speed vc [m/min]

cM CR CN
CA1000 CM1000 CW1400 CW1800 CN1000 CS1000 CSX1000
a./D a./D a./D a./D a./D a./D a./D
1113/ 15 (1134 /5 (1134 /5 (1134 /5 |34 15 1434 15 [11]3/4| /5
600 800
450 600
600 800
450 600
150 | 360 - - - - - -
150 360 = = = = = =
- - 150 400 700 900 700 900
- - 150 400 600 800 600 800
= = 150 400 600 800 600 800
140 200 140 200
120 180 120 180
120 180 120 180
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC; Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al,03), reinforced
DP  Polycrystalline diamond
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Indexable mllling Recommended cutting data

Recommended feed rate

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

Feed rate per cutting edge [mm]

EMP09 EMP09 EMP13 EMP13 FMAT11 FMAT11
Material group LNKT08/12 LNKT16 ANGX11 ANGX15 SNEG12 SNEG15
Application
F M R 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 0,20 | 0,23 0,22 | 0,25
P Low-alloyed steel 023 | 047 026 | 051 0,22 0,23 0,19 | 0,21 020 | 0,24
High-alloyed steel and high-alloyed tool steel 022 | 044 024 | 048 0,20 0,22 0,18 | 0,20 0,19 | 0,22
M Stainless steel 0,18 | 0,35 0,19 | 0,39 0,16 0,18 0,14 | 0,16 015 | 0,18
Grey cast iron 0,28 | 0,55 0,30 | 0,61 0,26 0,28 022 | 0,25 024 | 0,28
K Cast iron with spheroidal graphite 0,25 | 0,50 0,28 | 0,55 0,23 0,25 0,20 | 0,23 022 | 025
Malleable cast iron 0,25 | 0,50 0,28 | 0,55 0,23 0,25 0,20 | 0,23 022 | 0,25
Aluminum wrought alloys 0,20 0,21
N Aluminum cast alloys 0,20 0,21
Copper and copper alloys (bronze/brass) 0,18 0,19
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 2 (FMA01/02/03/04, FMEO1/02, FMP01/02, EMP01/02/03/04)
Feed rate per cutting edge [mm]
FMAO1 | FMA02 FMAO03 FMAO03 FMAO04 FMAO04 FMAO04
Material group SEET12 SEKN12 SEKN15 OFKTO05 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 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
P Low-alloyed steel 0,14 | 0,19 | 0,23 0,17 0,19 0,19 | 0,23 0,19 | 0,23 0,19 | 0,23
High-alloyed steel and high-alloyed tool steel 0,13 | 0,18 | 0,22 0,16 0,18 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22
M Stainless steel 0,11 0,14 | 018 0,13 0,14 0,14 | 0,18 0,74 | 0,18 0,74 | 0,18
Grey cast iron 017 | 022 | 0,28 0,20 0,22 022 | 0,28 022 | 0,28 022 | 0,28
K Cast iron with spheroidal graphite 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
Malleable cast iron 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25
Aluminium wrought alloys 013 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
N Aluminum cast alloys 0,13 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
Copper and copper alloys (bronze/brass) 0,11 | 0,15 | 0,19 0,15 | 0,19 0,15 | 0,19 0,15 | 0,19
Heat-resistant alloys 0,11 0,14 | 0,18 014 | 0,18 014 | 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.

B338

The values have to be adapted in individual cases.




Recommended cutting data Indexable milllng

Feed rate per cutting edge [mm]

FMAT11 FMA12 FMA12 FMDO02 FMDO02 FMP12 FMP12 FMA17 | FMP17
SNEG19 ONHU06 ONHU09 PNEG11 HNEX09 WNHU06 WNHU08 SNGX12
Application
M R F M R F M R F M R F M R F M R F ‘ M ‘ R F M R
029 | 0,19 | 0,23 0,23 0,15 | 0,20 | 0,30 0,23 0,25 0,23
0,27 0,17 0,22 0,22 0,14 0,19 | 0,28 0,22 0,23 0,22
026 | 0,16 | 0,20 0,20 0,13 | 0,18 | 0,26 0,20 0,22 0,20
0,20 0,16 0,16 0,18 0,16
032 | 020 | 0,26 0,26 017 | 022 | 033 | 0,177 | 0,22 | 0,33 0,26 0,28 0,26
029 | 0,19 | 0,23 0,23 0,15 | 0,20 | 030 | 0,15 | 0,20 | 0,30 0,23 0,25 0,23
029 | 0,19 | 0,23 0,23 0,15 | 020 | 030 | 0,15 | 0,20 | 0,30 0,23 0,25 0,23
0,20
0,20
0,18
F  Finishing
M Medium machining
R Roughing
Feed rate per cutting edge [mm]
FMEO2 FMEO3 FMEO3 FME17 FMPO1 FMP02 EMPO1 | EMP02 EMPO1 | EMP02
SPK*12 SPK*12 SPK*15 SNGX1205ENN** TPKN22 SEET12 APKT11 APKT16
Application
M R F M R 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 | 0,25 0,20 0,15 | 020 | 025 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23
0,19 0,17 0,19 0,19 | 0,23 0,19 0,14 | 0,19 | 0,23 | 0,09 | 0,14 | 0,19 | 0,11 0,16 | 0,21
0,18 0,16 0,18 0,18 | 0,22 0,18 013 | 0,18 | 0,22 | 0,09 | 0,13 | 0,18 | 0,70 | 0,15 | 0,20
0,14 0,13 0,14 0,14 | 0,18 0,14 0,11 0,14 | 0,18 | 0,07 | 0,11 0,14 | 0,08 | 0,72 | 0,16
0,22 0,20 0,22 022 | 0,28 0,22 0,17 | 0,22 | 0,28 | 0,11 0,17 | 0,22 | 0,13 | 0,19 | 0,25
0,20 0,19 0,20 0,20 | 0,25 0,20 0,15 | 0,20 | 0,25 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23
0,20 0,19 0,20 020 | 0,25 0,20 015 | 020 | 0,25 | 0,70 | 0,15 | 0,20 | 0,12 | 0,17 | 0,23
0,17 | 0,21 013 | 0,17 | 0,21 009 | 0,13 | 0,17 | 0,70 | 0,15 | 0,20
0,17 | 0,21 013 | 0,17 | 0,21 009 | 0,13 | 0,17 | 0,70 | 0,15 | 0,20
0,15 | 0,19 0,11 0,15 | 0,79 | 0,08 | 0,11 0,15 | 0,09 | 0,13 | 0,18
0,14 | 0,18
014 | 0,18
F  Finishing
M Medium machining
R Roughing
N
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Indexable mllling Recommended cutting data

Recommended feed rate

A

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

Feed rate per cutting edge [mm]
EMPO3 | EMP04 EMPO5 EMP14
o)) Material group APKT11 ADKT** VPGT22
E Application
IE F M R F M R F M R
Unalloyed steel 0,12 | 0,17 | 023 | 0,10 | 0,15 | 0,20
P Low-alloyed steel 0,11 0,16 | 0,21 0,09 | 0,14 | 0,19
High-alloyed steel and high-alloyed tool steel 0,70 | 0,15 | 0,20 | 0,09 | 0,13 | 0,18
M Stainless steel 0,08 | 0,12 | 0,16 | 0,07 | 0,11 0,14
B Grey cast iron 0,13 0,19 | 0,25 0,11 0,17 0,22
K Cast iron with spheroidal graphite 012 | 017 | 023 | 0,10 | 0,15 | 0,20
Malleable cast iron 0,12 | 0,17 | 0,23 | 0,10 | 0,15 | 0,20
Aluminium wrought alloys 0,70 | 0,15 | 0,20 | 0,09 | 0,13 | 0,17 | 0,05 0,2 03
N Aluminum cast alloys 0,70 | 0,15 | 0,20 | 0,09 | 0,13 | 0,17 | 0,05 0,2 0,3
(@) Copper and copper alloys (bronze/brass) 009 | 013 | 0,18 | 0,08 | 0,11 | 0,15 | 0,05 0,2 03
é 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.

N

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

g
% 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 F M R F M R F M R F M R F M R
Unalloyed steel 020 | 0,25 020 | 0,25 020 | 0,25 023 | 029 0,26 | 0,33 0,17
D P Low-alloyed steel 019 | 023 019 | 023 0,19 | 023 0,21 0,27 0,25 | 0,31 0,16
High-alloyed steel and high-alloyed tool steel 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22 0,20 | 0,25 023 | 0,29 0,15
M Stainless steel 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18 0,16 | 0,20 0,19 | 0,23 0,12
Grey cast iron 022 | 0,28 022 | 0,28 022 | 0,28 0,25 | 0,32 0,29 | 0,36 0,19
= 5 K Cast iron with spheroidal graphite 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 0,23 | 029 0,26 | 0,33 0,17
g "r-U‘ Malleable cast iron 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 023 | 0,29 026 | 033 017
-S g Aluminum wrought alloys 0,17 | 0,21 0,17 | 0,21
ﬁ“g N Aluminum cast alloys 0,17 | 0,21 0,17 | 0,21
- Copper and copper alloys (bronze/brass) 0,15 | 0,19 0,15 | 0,19
Heat-resistant alloys
S Titanium alloys
Hardened steel
E H Hard cast iron
Hardened cast iron
X Non-metallic materials

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

Index
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Recommended cutting data Indexable milllng

F  Finishing
M Medium machining
R Roughing
Feed rate per cutting edge [mm]
FMRO3 FMRO3 FMR04 FMR04 FMR04
RDKWO08 RD*10 RD*12 RDKW16 RDKW20
Application
M R M F M R F M R F M R
0,17 0,20 015 | 020 | 025 | 0,77 | 0,23 | 0,29 0,2 026 | 033
0,16 0,19 0,14 | 0,19 | 0,23 | 0,16 | 0,21 027 | 0,79 | 0,25 | 0,31
0,15 0,18 013 | 0,18 | 0,22 | 0,15 | 0,20 | 0,25 | 0,18 | 0,23 | 0,29
0,12 0,14 0,11 014 | 018 ( 0,12 | 0,16 | 0,20 | 0,14 | 0,19 | 0,23
0,19 0,22 017 | 022 | 028 | 0,19 | 0,25 | 0,32 | 0,22 | 0,29 | 0,36
0,17 0,20 015 | 020 | 025 | 0,17 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
0,17 0,20 015 | 020 | 025 | 0,17 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
0,17 013 | 0,17 | 0,21
0,17 0,13 | 0,17 | 0,21
0,15 0,11 0,15 | 0,19
F  Finishing
M Medium machining
R Roughing
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Indexable mllling Recommended cutting data

Recommended feed rate

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

Feed rate per cutting edge [mm]

FMRO1 FMRO1 FMR02 FMR02 FMR02 FMRO3
Material group RCKT10 RC*12 RC*12 RCKT16 RCKT20 RDKWO07
Tool diameter [mm]
25-32 40-50 50-100 63-125 160-200 80-125 160-250 15
Unalloyed steel 0,12 0,16 0,18 024 0,32 0,26 0,35 0,07
P Low-alloyed steel 0,11 0,14 0,16 0,21 0,28 0,23 0,31 0,06
High-alloyed steel and high-alloyed tool steel 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
M Stainless steel 0,07 0,09 0,10 0,14 0,18 0,15 0,20 0,04
Grey cast iron 0,11 0,14 0,16 0,22 0,29 0,23 0,32 0,06
K Cast iron with spheroidal graphite 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
Malleable cast iron 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
Aluminium wrought alloys
N Aluminum cast alloys
Copper and copper alloys (bronze/brass)
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 4 (BMR01/02/03/04, TMPO1, CMZ01, CMAO1, CMDO1)
Feed rate per cutting edge [mm]
BMRO1 BMRO1 BMRO1 BMRO1 BMR02 BMR02 BMR02 BMRO03 BMRO3
Material group ZD*08 / SP*06 | ZD*11 / SP*06 | ZD*13 / SP*09 | ZP*22/ SP*12 ROHX12 ROHX16 ROHX20 - -
Tool diameter [mm]
20 25 32 40-63 12 16 20 16 20
Unalloyed steel 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14
P Low-alloyed steel 0,10 0,15 0,18 0,22 0,07 0,09 0,10 0,09 0,70
High-alloyed steel and high-alloyed tool steel 0,09 0,14 0,17 0,21 0,07 0,08 0,09 0,08 0,09
M Stainless steel 0,08 0,12 0,14 0,18 0,06 0,07 0,08 0,07 0,08
Grey cast iron 0,18 0,27 0,34 0,42 0,13 0,17 0,18 0,17 0,18
K Cast iron with spheroidal graphite 0,13 0,20 0,25 0,30 0,10 0,12 0,13 0,12 0,13
Malleable cast iron 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14

Aluminum wrought alloys

N Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

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 milllng

Feed rate per cutting edge [mm]

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

25 30-32 40-50 12 16 20 25 30 12-32 12-32 12-36
0,21 0,26 0,30 0,10 013 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 0,13 0,13 0,13
0,27 0,34 0,39 0,13 0,17 0,18 0,21 0,22 0,30 0,30 0,30
0,20 0,25 0,29 0,10 0,12 0,13 0,15 0,16 0,22 0,22 0,22
0,21 0,26 0,30 0,10 0,13 0,14 0,16 0,17 0,23 0,23 0,23
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Indexable mllling Recommended cutting data

Recommended feed rate

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

Feed rate per cutting edge [mm]

SMPO1 SMPO1 SMPO1 SMPO1 SMPO1 SMPO03 SMPO03 SMPO03 SMPO5
Material group XSEQ1202 XSEQ1203 XSEQ12T3 XSEQ1204 XSEQ12T4 MPHTO06 MPHT08 MPHT12 QC16
Tool diameter [mm]
63-100 63-100 63-160 63-160 63-160 80-125 125-200 120-200 25-39
Unalloyed steel 0,12 0,12 0,13 0,13 0,14 0,14 0,15 0,16 0,08
P Low-alloyed steel 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
High-alloyed steel and high-alloyed tool steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
M Stainless steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
Grey cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
K Cast iron with spheroidal graphite 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07
Malleable cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07
Aluminium wrought alloys
N Aluminum cast alloys
Copper and copper alloys (bronze/brass)
Heat-resistant alloys
s Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
X Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 6 (FMDO03, FME04, FMP03, HMPO1)
Feed rate per cutting edge [mm]
FMDO03 FMDO03 FMEO4 FMP03 FMP03 FMP03
Material group LNKT20 LNKT25 LNKT15 LNKT12 LNKT15 LNKT20
Application
F M R F M R F M R F M R F M R M R
Unalloyed steel 0,50 0,50 0,45 0,45 0,45 0,50
P Low-alloyed steel 0,47 0,47 0,42 0,42 0,42 0,47
High-alloyed steel and high-alloyed tool steel 0,44 0,44 0,40 0,40 0,40 0,44
M | stainless steel 045 045 0,40 0,40 0,40 045
Grey cast iron 0,55 0,55 0,50 0,50 0,50 0,55
K Cast iron with spheroidal graphite 0,50 0,50 0,45 0,45 0,45 0,50
Malleable cast iron 0,50 0,50 0,45 0,45 0,45 0,50

Aluminum wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

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

Feed rate per cutting edge [mm]

SMPO5 SMP09 SMP09 SMP09
QC22 LNGX0804 LNGX1005 LNGX1407
Tool diameter [mm]
44 - - -

0,08 0,14 0,15 0,16
0,08 0,13 0,14 0,15
0,07 0,12 0,13 0,13
0,07 0,12 0,13 0,14
0,08 0,13 0,14 0,15
0,07 0,13 0,14 0,15
0,07 0,10 0,11 0,12

Feed rate per cutting edge [mm]

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

0,55 0,25

0,51 0,23

0,48 0,22

0,47 0,15

0,61 0,28

0,55 0,25

0,55 0,25

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

Recommended feed rate

Indexable milling - group7 (XMR01, XMP01, QCH)

Material group

Feed rate per cutting edge [mm]

XMRO1 face milling

XMRO1 plunge milling

XMROT1 circular milling

SDMT/WPGT

SDMT/WPGT

SDMT/WPGT

20-25

30-50

Tool diameter [mm]

20-25 30-50 63-160

20-25

30-50

63-160

Unalloyed steel

1,00

1,20

0,20 0,25 0,30

0,80

0,96

1,40

Low-alloyed steel

0,93

1,12

0,19 0,23 0,28

0,74

0,89

1,30

High-alloyed steel and high-alloyed tool steel

0,70

0,84

0,18 0,22 0,26

0,70

0,84

1,23

Stainless steel

0,50

0,60

0,14 0,18 0,21

0,56

0,67

0,98

Grey cast iron

0,90

1,08

0,22 0,28 0,33

0,88

1,06

1,54

Cast iron with spheroidal graphite

0,90

1,08

0,20 0,25 0,30

0,80

0,96

1,40

Malleable cast iron

1,00

1,20

0,20 025 030

0,80

0,96

1,40

Aluminium wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

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 8 (FMP06, FMRO6)

Material group

Feed rate per cutting edge [mm]

FMPO06

FMPO06

FMPO6 FMRO06

FMRO06

SNCU12 (HQ)

SNGN12 (CN)

SNGN12 (CM) RNGN* (CN)

RNGN* (CM)

Application
F M R F M R

Unalloyed steel

0,23

Low-alloyed steel

0,22

High-alloyed steel and high-alloyed tool steel

0,20

Stainless steel

0,16

Grey cast iron

0,26

0,10

0,25

0,10 | 0,25

Cast iron with spheroidal graphite

0,23

0,10

0,25

0,10 | 0,25

Malleable cast iron

0,23

0,10

0,25

0,10 | 0,25

Aluminum wrought alloys

Aluminum cast alloys

Copper and copper alloys (bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

0,05 | 0,10

0,05

0,10

Hard cast iron

Hardened cast iron

0,05 | 0,10

0,05

0,10

X

Non-metallic materials

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

Feed rate per cutting edge [mm]

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

0,11

HC Coated carbide
CN  Si3N4 ceramic
CM  Mixed ceramic

F  Finishing
M Medium machining
R Roughing
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Technical information Tiouble shooting - milling

Trouble shooting - indexable milling

Fig. Type of wear Effects Reason Countermeasure
Flank wear - Bad surface quality and - Grade not wear-resistant enough - Grade with higher wear-resistance
dimensional stability - Cutting speed too high - Reduce cutting speed
142 - Increase of cutting force - Clearance angle too small - Increase clearance angle
- Feed rate too low - Reduce feed rate
Crater wear - Bad surface quality and chip| - Grade not wear-resistant enough - Grade with higher wear-resistance
3 control - Cutting speed too high - Reduce cutting speed
- Feed rate too low - Reduce feed rate
Chipping - Unstable tool life - Grade too hard - Grade with higher toughness
- Sudden breakage of cutting| - Feed rate too high - Reduce feed rate
4 edge - Cutting edge not stable enough - Change honing of cutting edge
- Stability of the holder or tension insuf- - Use a more stable tool holder
ficient
Breakage - Increase of cutting force - Grade too hard - Grade with higher toughness
- Bad surface quality and - Feed rate too high - Reduce feed rate
dimensional stability - Cutting edge not stable enough - Change honing of cutting edge
5 - Stability of the holder or tension insuf- - Use a more stable tool holder
ficient
Plastic - Bad dimensional stability - Grade not wear-resistant enough - Grade with higher toughness
deformation - Damage to cutting edge - Cutting speed too high - Reduce cutting speed
6 - Cutting depth and/or feed rate too high | — Reduce cutting depth and feed rate
- Temperature on the cutting edge too - Grade with higher heat-resistance
high
Welding - Increase of cutting force - Cutting speed too low - Increase cutting speed
; - Bad surface quality - Cutting edge not sharp enough - Increase rake angle
- Grade not suitable - Use a more suitable grade
Thermal cracks - Breakage due to thermal - Temperature fluctuation when machining| - Dry machining
interaction, often caused - Grade too hard - Grade with higher toughness
8 when cutting is interrupted
(milling)
Notch wear - Burr formation - Damage through chips (jagged edges) - Grade with higher wear-resistance
- Increase of cutting force - Feed rate and cutting speed too high - Increase rake angle to get a sharper
9 cutting edge
- Reduce cutting speed
Flaking (coating) | — Often appears when ma- - Cutting edge adhesion and chipping - Increase rake angle to get a sharper
10 chining hardened materials | - Bad chip removal cutting edge
or caused by vibration - Chip breaker with bigger chip space
N
B618 v



Technical information — milling TeChnicaI information

Indexable milling

Difference between up-milling and down-milling

i

Up-milling

it
\\\\\\\\\\\\\\\\\\ﬁ\\(\\(ﬁﬁ\\\\\\\\\\\\\\ v, Feedrsetonl

| n Rotation

Down-milling

Up-milling: the feed direction of the work piece is opposite to that

of the milling rotation at the connecting position.

Down-milling: the feed direction of the work piece is the same as that of the
milling rotation at the connecting position.

Advantages and disadvantages

Disadvantages

Direction Advantages
Up-millin - Prevents hooking of tool - Bigger stress on cutting edge
P 9 - More smooth cut - Shorter tool life
Down-milling : [i;gffl:;:)ggzlfsetress - Hooking of tool possible

N

_‘.

a
=)
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Technical information

Technical information — milling

Indexable milling

Pitch selection

The pitch is the distance between one point on one cutting edge and the same point on the next edge.
Milling cutters are mainly classified into wide, normal and fine pitches.

Operational stability

L (low)

M (medium)

H (high)

Wide pitch

Normal pitch

Fine pitch

When the milling width is equal to the diam-
eter of the cutter, the machining system is
stable and main power of machine is sufficient,
selecting a wide pitch can achieve high pro-
ductive efficiency.

General milling function and multiple mixed
productions.

When the milling width is less than the diam-
eter of cutter, cutting by maximum edges can
achieve high productive efficiency.

Approach angle

The approach angle is composed by insert. Tool body, chip thickness, cutting forces and tool life are affected especially by the approach angle. Decreas-
ing the approach angle reduces chip thickness and spreads the cutting area between cutting edge and work piece for a given feed rate.

A smaller approach angle also guarantees stable entering or exiting the work piece, to protect the cutting edge and extend tool life. However this will
increase higher axial cutting forces on the work piece, thus it is not suitable for machining thin work piecees such as thin plates.

Approach angle Feed rate per tooth Max. cutting depth
90° hy, =f,xsin,,
75° h.,= 0,96 X,
60° ; h,, = 0,86 xf,
45° ’ h,,=0,707 xf,
Round h = @ <f
ox c f
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Technical information — milling TeChnicaI information

Indexable milling

General formulas

Feed rate [m/min]
: Nominal diameter of milling tool [mm]

Spindle speed [u/min]
. Number of teeth
Metal removal rate [cm®/min]

QN 3 O

Feed rate

Feed rate per tooth

: Feed rate of worktable (feed speed) [mm/min]
Feed rate per tooth [mm/z]
~3,14
Machining time [min]
Feed rate per revolution [mm/u]

NS

ENEw

Cutting speed

mXDcxn

V.= [m/min]

¢ 1000

Spindle speed

1000 x V.
n=—————{[rev/min]
X Dc

Feed rate of work table

Vi =f,xnxz, [mm/min]

Feed rate per tooth

Vi
nxZ,

f,= [mm/z]

Feed rate per revolution

Ve

f,=" — [mm/rev]
n

Machining time

1000 X V.
= — [min]
X D.

Metal removal rate

ApX aeX Vr
sz [cm*/min]
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TEChnicaI information Technical information — milling

Indexable milling

Function of angles when face mill

Main angles

ing

f

Rake angle R

Radial rake angle I’p

Axial rake angle

Approach angle

)\S Inclination angle of cutting edge

Angle

Feature

Effet

Axial rake angle r,

Influences chip direction

Negative angle, good chip removal

Radial rake angler,

Influences cutting edge sharpness

Positive angle, good cutting performance

Approach angle Kr

Influences chip thickness

Kr1, chip thicknesst, Kr|, chip thickness;

Rake angle R

Influences cutting force

Poor cutting performance,
stable cutting edge

(=)<0—(+)

Good cutting performance,
unstable cutting edge

Inclination angle As

Influences chip flow direction

Poor cutting performance,
stable cutting edge

(=)«<0—(+)

Good cutting performance,
unstable cutting edge

Combination of different rake angles

- Double positive Double negative Positive/Negative
Negative rake
angle . I fin
) i P i
0 \L
Neutral angle
/]
+ ‘!
fbw S
Positive angle
Axial rake angle r + - +
Radial rake angler, + — —
P Vv v
M \ NI
Application field K \/ \/
N Vv
S Vv Vv
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Technical information — milling TeChnicaI information

Indexable milling

Cutting performances of different approach angles

Approach angle Depiction Explanation
l— Axial force is largest. It will bend when machining thin-wall work
45° piece, and reduces the precision of work piece. It is benefit to
avoid fringe breakage of work piece when machining cast iron.
75° l_ The main purpose is to resolve the radial cutting force, it is often
used for general face milling.
o l— The axial force is zero in theory, suitable for milling thin plate
920 .
workpiece.

Inserts with wiper

Using standard inserts

Using inserts with wiper

AN L

T
1

B nsert with wiper

I Standard insert

Rz

0,03-0,70mm

Normal surface quality

High surface quality

The wiper insert must protrude below the other inserts by 0.03-0.10 mm at axial direction, only that the wiping function can take into effect.
Generally speaking, a cutter can assemble only one wiper insert. If the diameter of cutter is much bigger or cutter’s feed rate per revolution is bigger

than the length of wiper edge, 2 to 3 wiper inserts can be assembled.

Cutting width

de

(1,2-1,5) ae

Generally speaking, the relation between cutting width and
de tool cutting diameter is D¢ = (1.2-1.5) ag.

In the machining practice, it needs to avoid coincidence of tool
center and workpiece center as much as possible.

D¢: Tool diameter
ae: Lateral infeed

DC:ae

Turning
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TeChnicaI information Technical information — milling

Indexable milling

Plunging and circular milling with insert APKT

Approx. programmed radius

Insert approx. R [mm] Residual material K [mm] ap [mm] f./ mm APKT
APKT0702-XR 0,8 0,291 0,2-0,5 0,25-0,7
APKT0702-XR 1,0 0,257 0,2-0,5 0,25-0,7
APKT11T3-XR 1,0 0,689 0,3-1,1 0,4-1,5
APKT11T3-XR 1,5 0,594 0,3-1,1 0,4-1,5
APKT11T3-XR 2,0 0,499 0,3-1,1 0,4-1,5
Programming
Corner radius R
Insert APKT
Plunging Circular milling
% P
H |
a’ | :
dp |
7 Z
@D - 2D
@D
L, =—2» P =tan,xmxD;
tan,
a:Plunge angle a: Helix angle
Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D [mm] ap[mm] a° @D [mm] [mm]
10 6 6 12 18
12 6 4 15 22
AP*¥0702**
14 6 3 18 26
16 6 2,5 21 30
16 10 10 20 30
20 10 5 28 38
AP**7 1% 25 10 4 40 48
32 10 3 56 60
40 10 2 70 76
25 15 6 32 48
30 15 5 40 58
32 15 4,5 45 62
AP**1604%*
40 15 2,5 60 78
50 15 1,5 80 98
63 15 1 105 124

Reduce the feed rate when plunging and circular milling.
For drilling operations (axial) set the feed rate under 0.2 mm.
,Attention” - drilling can form long chips.
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Technical information — milling TeChnicaI information

Indexable milling

Plunging and circular milling with insert WPGT and SDMT

Approx. programmed radius

Insert approx. R [mm] Residual material K [mm] WPGT SDMT 2
WPGT050315ZSR 2,0 0,5 %’é
WPGT060415ZSR 2,5 0,7 “;
WPGT080615ZSR 2,5 0,7 %
WPGT090725ZSR 45 1,2 %“;

SDMT06T208 1,6 0,5
SDMT09T312 2,5 0,87
SDMT120412 40 093 Corner radive B Corner radive B
SDMT150620 4,0 1,38
Insert WPGT
Plunging Circular milling
% p
| |
. O i
A~ o1t ap L ©
o /(O
7 Z
@D @D
@D,
L, =2 P =tan,xmxD;
tan,
a:Plunge angle a: Helix angle
Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D [mm] ap[mm] a° @D; [mm] [mm]
WP**Q5%* 20 1,5 12 24 37
25 1,5 838 31 47
WP06* 32 1,5 5 45 61
40 1,5 3.2 61 77
50 1,5 2,8 81 97
40 1,5 9 52 77
50 1,5 54 71 97
63 1,5 4,3 97 123
WP**Q8** 80 1,5 2,9 131 157
100 1,5 2,1 171 197
125 1,5 13 221 247
160 1,5 11 291 317
50 3,0 7,2 70 96
63 3,0 4,5 96 122
W09+ 80 3,0 2,8 130 156
100 3,0 2,2 170 196
125 3,0 1,6 220 246
160 3,0 1,2 290 316

Reduce the feed rate when plunging and circular milling.
For drilling operations (axial) set the feed rate under 0.2 mm.
,Attention” - drilling can form long chips.
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Technical information

Technical information — milling

Indexable milling

Insert SDMT
Plunging Circular milling
% P
' !
Y 0° e !
e ap A
o | /fe:
_ 7
@D @D
@D,
L, =2 P =tan,xmxD;
tan,
a: Plunge angle a: Helix angle
Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D (mm) ap[mm] a® @D [mm] [mm]
20 0,8 3,6 30 38
25 0,8 2,8 40 48
J—— 32 0,8 1,6 52 60
40 0,8 11 70 78
50 0,8 0,8 90 98
63 0,8 0,7 114 122
25 1.4 6,5 34 48
32 1,4 4,5 48 62
SD**09** 35 14 3,6 54 68
50 1,4 1,8 84 98
63 1,4 1.3 110 124
32 1,8 10,4 44 60
40 1,8 57 60 76
- 50 1,8 35 80 96
63 1.8 2,5 106 122
80 1.8 1,6 140 156
100 1.8 12 180 196
40 2,2 7,3 54 76
80 2,2 14 134 156
SD**15%* 100 2,2 1,0 174 196
125 2,2 0,9 234 246
160 2,2 0,6 304 316

Reduce the feed rate when plunging and circular milling.
For drilling operations (axial) set the feed rate under 0.2 mm.
+Attention” - drilling can form long chips.
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Technical information — milling TeChnicaI information

Indexable milling cutters
EMPO5 milling strategies

Shoulder milling

max ap
ap

- If the cutting depth is less than I, the left and right cutting edges are
both active in the cutting operation.

- If the cutting depth is greater than I, the right cutting edge is active in
the cutting operation.

- If cutting depth ap increases, the cutting speed and feed rate must be
reduced.
-The longer the milling cutter’s overhang, the greater the likelihood that

vibrations will occur during machining. If you experience any vibrations,
reduce the machining parameters until no significant vibrations occur.

Groove milling

- Itis recommended that the cutting depth in groove milling operations
not exceed la.

- Itis recommended that the feed rate in slot milling operations not
exceed 70 per cent of the feed rate for shoulder milling.

—The longer the milling cutter’s overhang, the greater the likelihood that
vibrations will occur during machining. If you experience any vibrations,
reduce the machining parameters until no significant vibrations occur.

Ramping

- It is recommended that the ramp angle not exceed 3° when ramp milling
standard P materials.

- Itis recommended that the feed rate in ramp milling operations not
exceed 70 per cent of the feed rate for shoulder milling applications with

the identical parameters.

- Itis recommended that the ramp angle for P materials with a hardness
greater than HRC45 not exceed 1°.

—The longer the milling cutter’s overhang, the greater the likelihood that
vibrations will occur during machining. If you experience any vibrations,
reduce the machining parameters until no significant vibrations occur.

Turning

B627

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index
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Indexable milling cutters
EMPO5 milling strategies

Plunge milling

Tlof<osen |

- If you select the ‘Plunge Milling’ strategy, the feed rate should be 1.5 to
1.8 times higher than the feed rate in the ‘Bore Milling’ strategy.

- If the stepover is < 0.5 ®D, the radial cutting width ae refers to the
following table:

@D @16 @20 @25 @32 @40 @50
ae 4,5 6 7,5 8,5 7,5 8,5

Helical interpolation milling

@D
/ "

@ Dt
@ Dh : nX @ Dt

- The cutting parameters relate to the shoulder milling strategy; the
feed rate is roughly 70 per cent of the feed rate for the shoulder milling

strategy.

- The outer diameter of the helical cutter is 1.2 to 1.8 times larger than the
diameter of the cutter.

-The angle of inclination refers to the angle range of the ramp milling
strategy.

- Use compressed air to remove chips from the machined hole.

—The tool’s central path is calculated as follows: ®Dt=0Dh-®Dc
Tool spiral = 1x rotation (feed rate + ramp angle)

- The depth of the hole increases once the tool has completed one helical
rotation.
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Solid carbide mills

Terminology

NOoOubhwNn =

. Cutting edge diameter
. Chip pocket

. Length of cutting edge
. Total length

. Neck

. Shank

. Shank diameter

PN A WN =

. Chamfer width, main cutting edge
. Chamfer width, diameter

. Neck, front side

. Primary radial clearance angle

Secondary radial clearance angle
Radial rake angle
Axial main cutting edge

. Core diameter

ok wN =

Cutting edge

Axial rake angle

Primary axial clearance angle
Secondary axial clearance angle
Inclination angle

Radial cutting edge

Teeth, chip pocket and tool rigidity

Teeth 2 flutes 3 flutes 4 flutes
[
)
A
Cross section - — _
|
Cutting edge ratio 54% 56 % 60 %
- Large chip pocket - Good chip removal - Good rigidity
Advantages - Good chip removal - Good surface quality - Good surface
- Slot milling - Slot milling - Slot milling (flat)
Application - Square shoulder milling - Square shoulder milling - Square shoulder milling
- Drilling - Finishing - Finishing

Length of cutting edge (overhang) and cutting diameter

The shorter the overhang, the stronger the rigidity. This isn't easy to generate. Bend

and vibration in the cutting process may occur.

Length (overhang) increases by 1 time, the deflection degree (f) will be 8 times of

the former one.

Reduce the overhang by 20 %

the deflection degree (f) will decrease by 50 %

- -

f_

FxP

_ FxFPx64

" 3xExl

3xExI
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Solid carbide mills

Machining strategy - HPC/UM (HSC) milling cutters

HPC = High Performance Cutting

Machining with significantly increased metal removal rate through higher cutting
speeds and feed rates compared with conventional machine cutting processes.

ap

Full-slot milling

HSC (UM) = High Speed Cutting

High cutting speeds and feed rates in combination with low cutting depths lead to lower chip thickness as in normal machining.

Profiling

ae <15%
ap:max

>

Trochoidal milling

The UM milling cutter is specifically optimised for HSC machining.

—

B2

g

B1=p2

\
/

B1

az

N ajza

High metal removal rates can be realised with this tool.
Especially on highly dynamic machines with optimised tool paths this milling cutter shows its full potential.
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Solid carbide mills
HSC strategy

It's important to use the right strategy. When programming make sure the width of cut is kept. The width of cut is usually not higher than 15 %.

Regarding the depth of cut, the total length of the cutting edge can be used.

hmax o

i ; fz= hmax

+4L—ae

ae < d/2 hmax < fZ ae = d/2 hmax = fZ

_ [Qe (1 _ Qe
hmax—2fz d (1 d )

When changing the width of cut the cutting data needs to be adjusted.
As calculating size applies a chip thickness from approx. 0.15-0.2 mm on basis of the usual steel types.

Example

Tool Machining

ﬂ

UM-4E-D20.0-W KMG405 HSC strategy

Workpiece material

16MnCr5 (1.7131) ca. 700 N/mm?

Cutting data

Ve 550 m/min
8750 1/min
f, 0,3mm (hmax= 0,19 mm)
V¢ 10500 mm/min
ap 22mm
Qe 2,3mm

Result

Chip removal rate 530 cm®/min! Machining time 58 seconds! The maximum chip thickness is 0.19 mm.
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Solid carbide mills

Feed rate selecting table for profile machining with ball nose cutters and torus mills

Ry = Rx{1-cos[arc sin(fr/2R)]}

Ry: Theoretical values of surface quality
P: Feedrate

R: Radius of the ball nose cutter or torus mill

Ry Feed rate
0,1 0,2 0,3 0,4 0,5 0,6 0,7 0,8 0,9 1,0

0,5 0,003 0,010 0,023 0,042 0,067 0,100
1,0 0,001 0,005 0,011 0,020 0,032 0,046 0,063 0,083 0,107
1,5 0,001 0,003 0,008 0,013 0,021 0,030 0,041 0,054 0,069 0,086
2,0 0,001 0,003 0,006 0,010 0,015 0,023 0,031 0,040 0,051 0,064
2,5 0,001 0,002 0,005 0,008 0,013 0,018 0,025 0,032 0,041 0,051
3,0 0,001 0,004 0,007 0,010 0,015 0,020 0,027 0,034 0,042
4,0 0,001 0,003 0,005 0,008 0,011 0,015 0,020 0,025 0,031
5,0 0,001 0,002 0,004 0,006 0,009 0,012 0,016 0,020 0,025
6,0 0,002 0,003 0,005 0,008 0,010 0,013 0,017 0,021
8,0 0,001 0,003 0,004 0,006 0,008 0,010 0,013 0,016
10,0 0,001 0,002 0,003 0,005 0,006 0,008 0,010 0,013
12,5 0,001 0,002 0,003 0,004 0,005 0,006 0,008 0,010

Ry Feed rate

1,1 1,2 1,3 1,4 1,5 1,6 1,7 1,8 1,9 2,0

0,5
1,0
1,5 0,104
2,0 0,077 0,092 0,109
2,5 0,061 0,073 0,086 0,100
3,0 0,051 0,061 0,071 0,083 0,095 0,109
4,0 0,038 0,045 0,053 0,062 0,071 0,081 0,091 0,103
5,0 0,030 0,036 0,042 0,049 0,057 0,064 0,073 0,082 0,091 0,101
6,0 0,025 0,030 0,035 0,041 0,047 0,054 0,061 0,068 0,076 0,084
8,0 0,019 0,023 0,026 0,031 0,035 0,040 0,045 0,051 0,057 0,063
10,0 0,015 0,018 0,021 0,025 0,028 0,032 0,036 0,041 0,045 0,050
12,5 0,012 0,014 0,017 0,020 0,023 0,026 0,029 0,032 0,036 0,040

B632



Go directly to the special tool tailored for
your milling applications

Are there milling applications at your company where having custom tools tailored to your unique
needs would deliver real benefits both in terms of logistics and at a technical and commercial level?
ZCC Cutting Tools Europe is there to advise and assist you during the planning, development and
ordering process. Use our new online tool to request a special tool and get your personal quotation
in just a few short steps (https://www.zccct-europe.com/en/tools/special-tools).

Applications  Materials Tools Industry Solutions  Services  Company

‘Online tool for special tools'launch page where you can select the
tool category

Cutting data

Worseces r——

Define the relevant tool parameters.

Selecting the tool category

Scan the OR code on this page to go directly to the launch
page of our online tool where you can request the special tool
you need. You can begin by selecting the tool category you
need. It's that easy.

Defining the tool parameters

You are now guided step by step through the process. You can
also securely upload your drawings, diagrams and 3D models
(where available).

It's the easy way to order your custom-made special tool from
ZCC Cutting Tools Europe GmbH.

Now go directly to the new
special tool form on our
website and get started.
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European Headquarters

ZCC Cutting Tools Europe GmbH
Wwww.zccct-europe.com

Wanheimer Str. 57, 40472 Dusseldorf, Germany

Tel.: +49 (0)211-989240-0

Fax: +49 (0)211-989240-111

E-mail: info@zccct-europe.com

Branch Office Italy

ZCC Cutting Tools Europe GmbH
Italy Branch

www.zccct-europe.com
Via Giuseppe di Vittorio 24
20068 Peschiera Borromeo (Milano), Italia
Tel.: +49(0)211-989240-390
+39(0)2 39261 156
E-mail: infoit@zccct-europe.com
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Tel.. +33(0)24541 0140

Fax: +33(0)24866 19 46

E-mail: ventes@zccct-europe.com

Branch Office UK

ZCC Cutting Tools Europe GmbH
UK Division

www.zccct-europe.com
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