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Indexable inserts milling tool program
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No. Tool category Page No. Tool category Page No. Tool category Page
1 FMAO1 B31 9 FMDO2 (PN11) B60 17 FMPO03 B82
2 FMAO2 B34 10 FMDO02 (HNO9) B66 = FMP12 B86
3 FMAO3 B37 11 FMDO3 B68 18 FMRO1 B0
4 FMAO4 (OFKTO5*¥) B40 12 FMEO2 B70 19 FMRO02 B93
5 FMAO4 (OFKRO7**) B40 13 FMEO3 B72 20 FMRO3 B9
6 FMAOQ7 B46 14 FMEO4 B75 21 FMRO04 B100
7 FMA11 B52 15 FMPO1 B77 22 EMPO1 B104
8 FMA12 B56 16 FMP02 B79 23 EMPO02 B110
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No. Tool category Page No. Tool category Page No. Tool category Page
24 EMPO3 B113 31 BMRO04 B149 39 HMPO1-EC B182
25 EMP04 B115 32 SMPO1 B153 40 CM*01 B184
26 EMPO5 B117 33 SMPO3 B157 41 QCH B198
= EMP09 B120 34 SMPO5 B161 42 XMPO1 B174
27 EMP13 B126 35 XMRO1 (SDMT**) B166

28 BMRO1 B136 36 XMRO1 (WPGT*¥) B170

29 BMR02 B139 37 TMPO1 B176

30 BMRO03 B141 38 HMPO1 B178
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Ba

Milling inserts

Y o

> “"--\ﬂ"_ < 1
(& oo = &
ANGX-GM ANGX-LH APKT-ALH APKT-APF APKT-APM APKT-KM APKT-LH APKT-PF
115 115 116 116 071116 15 116 1116 Edge length
B127,B129,8131,  B127,B120,B131,  B105,B106,8111,  B105,B108,8111,  B105,B108,8111,  B179,8181,8183  B105,8108,B111,  B105,B108,B111, Page
B133, B135 B133, B135 B114,B116,8205  BI14,B116,8205  B114,B116,8205 B114,B116,8205  B114,8116,8205
L@ L@ sa
APKT-PM APKT-PR APMT CNE-A/B HNEX-DM HNEX-DR
11516 1 116 2 09 09 0 09 Edge length
B105,B108,8111, _ B105,B108,B111, B118 B175 B67 B67 B212 B212 Page
B114,B116,8205  B114,B116,8205
" ] {
P 4 7] |G £y €Y
LNCX LNE32.534 LNKT-GM LNKT-ZR MPHT-DM OFKR-DF OFKR-DM OFKT-DF
18 081216 12152025 060812 07 07 05 Edge length
B214 B213 B121,8123 B69,B76,883  BIS8,B160,B177 B43 B43 B41 Page
& . . .
OFKT-DM OFKT-LH ONHU-GM ONHU-PF ONHU-PM PNEG-CF PNEG-CM PNEG-CR
05 05 08 0608 0608 K 1 1 Edge length
Ba1 Ba1 B57 B47,849 B47,849 B61,B64 B61,B64 B61, B64 Page
PNEG-PF PNEG-PM PNEG-PR RCKT-DM RCKT-DR RCKT-ER RCKT-NM RDKW
T 1 1 10121620 121620 121620 121620 070810121620 Edge length
B62, B64 B62, B64 B62, B64 891,895 891,895 891,895 B91,895  B99,B103, 8207, 8209 Page
> ﬂ o & | o | ! e
W — “— A\ 4 —
ROHX SDMT SDMT-DM SDMT-PM SEEN SEET-APF SEET-APM SEET-APR
121620 09 06091215 06091215 12 0912 0912 0912 Edge length
B140 B138 B167,8169,8201  B167, 8169, 8201 B38 B8O B8O ) Page
A - - A 4 A 4 S > >’
SEET-CF SEET-CM SEET-CR SEET-DF SEET-DM SEET-DR SEET-EF SEET-EM
12 12 12 12 1218 12 12 12 Edge length
B32,835 B32,835 B32,835 B32,835 832,835 832,835 832,835 832,835 Page
@



Product overview Indexa ble mi" ing

Milling inserts

A 4 - -
SEET-LH SEET-PF SEET-PM SEET-PR SEET-W SEKN SEKR SNEG-E
12 0912 0912 0912 12 1215 12 15 Edge length
B8O B8O B8O B8O B33,B36 B39 B39 B53 Page
E — -——w — -——w -—
SNEG-GM SNEG-GR SNEG-W SNKN SPCN SPGN SPKN SPKR
1215 121519 12 1215 1215 12 1215 12 Edge length
B53 B53 B54 B215 B216 B219 B73 B74 Page
—— 1
i E “9 A A e~
\—=— 4 — — —— —
SPKR-GM SPKT SPKW SPMR SPMT SPMT-HT SPMT-KM SPMT-KT
1215 12 12 0912 060912 0912 12 06 Edge length
B74 B71 B71 B217 B138,B185,B187, B218 B179,B181,B183 B138,B218 Page
B189,B191,B193,B195
[\ e,
SPMT-PM SPUN TPCN TPKN TPMR TPUN WNHU-GM WPGT
12 1215 22 1622 09111622 111622 0608 050608 09 Edge length
B179,B181,B183 B219 B220 B78,B221 B222 B222 B87,B89 B171,B173,B203 Page
~ - - . .
& b & 8 &6 O & 6
Yo e e e
WPGT-PM XSEQ XPHT-GM ZDET ZDET-PM ZOHX-GF ZOHX-GM ZPNT
05060809 12 16202530324050 081113 13 121620253032 121620253032 22 Edge length
B171,B173,B203 B154,B156 B142,B144,B146, B137 B137 B150,B152,B211 B150,B152,B211 B137 Page
B148,B199
T
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Indexable mil Iing System overview

Face milling

A Application
Series Milling body Inserts Kr P TmIKINT s TH Features Page
g -’ i
= v s « Diameter range @50 - 315 mm
= , « For steel, stainless steel, cast iron, non-
= > S M SEET12T3 = ferrous metals and heatresistant alloys
= FMAO1 k. 45° (v |wv |w v |v p i : o : B31
‘;"‘H & SEET18T6 = Milling cutter with positive, soft cutting
geometry
= Wiper inserts for good surface quality
. e - + Diameter range @50 - 125 mm
o . X
y - “-\.‘ « For steel, stainless steel, cast iron, non-
&' el SEET12T3 o ferrous metals and heatresistant alloys
FMAO02 “‘7’ =4 4 45 vivivIiv|¥ « Milling cutter with positive, soft cutting B34
m o
= geometry
= « Wide pitch
=
- » Diameter range @80 - 315 mm
C o « For steel, stainless steel and cast iron
FMAO3 ?/ 4 EEE: :|I ;g;’ 45° (v | v | v | ¥ « Milling cutter with positive, soft cutting B37
geometry
T SEKR1203 «Wedge clamping
SEKN1504
SEKR1504
(=)]
=
=
O
e b « Diameter range @50 - 160 mm
g & T OFKTO5T3 « For steel, stainless steel, cast iron and
FMAO04 ‘&e’ 7] 45° | v | v | w | v non-ferrous metals B40
\fr‘. ey = « Inserts with eight cutting edges
D « Screw clamping
= o p
M
S = A\ — 4
_E e . « Diameter range @125 - 315 mm
[w] '6 "‘k = *';' « For steel, stainless steel, cast iron and
& = FMA04 Py . 2 OFKRO704 45° |w |v | v | v non-ferrous metals B42
- a,ﬁ " F 7 « Inserts with eight cutting edges
«Wedge clamping
« Diameter range @25 - 50 mm
FMAO07 ONHU0604 45° | v v v |+ For steel and cast iron B46
E ONHU08TS « Inserts with 16 cutting edges
o
o

v Very suitable v Suitable

B6 N>



System overview Indexable mill ing

Face milling

Application
Series Milling body Inserts Kr 7 v PN s Features Page
.
a e : « Diameter range @40 - 315 mm
FMAO07 - | ONHU0604 45° | v v « For steel and cast iron B48
h‘ J‘ ONHU08T5 « Inserts with 16 cutting edges
« Diameter range @63 - 315 mm
« For steel, stainless steel and cast iron
« Inserts with eight cutting edges
FMA11 SNEG1205 457 | v | v | v V] « Double sided, thicker inserts for high B52
SNEG1506 stability and deeper cutting depths
SNEG1907 « Wiper geometry for good surface quality
« Normal and fine pitch
1 s
. « Diameter range @63 - 315 mm
™ 9
FMA12 “‘ ONHU08T6 45 | w | v | v v « For steel, stainless steel and cast iron B56
"~ « Inserts with 16 cutting edges
« Diameter range @50 - 315 mm
« For steel, stainless steel and cast iron B60
FMDO02 PNEG1105 67° | v | v | v « Inserts with ten cutting edges B63
«Wedge clamping or screw clamping
« Normal and fine pitch
7 N\
N\ "
—
-y
m-": « Diameter range @80 - 315 mm
HMNEX0905 o « For castiron
FMDo2 r” F ", >5 v «Wedge clamping 866
« Inserts with twelve cutting edges
= « Diameter range @100 - 400 mm
Y ”’.‘ & « For steel, stainless steel and cast iron
FMDO3 a iy \ LNKT2007-ZR 60° | v v «Tangential insert with four cutting edges B68
| 5 \. LNKT2510-ZR « Heavy duty machining for high cutting
depths- Screw clamping

v Very suitable

v Suitable
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Indexable milling

System overview

Face milling

[ "
FMPO3 " Cay 4
Ay

Index

LNKT1506EN-ZR
LNKT2007DN-ZR
LNKT2510-ZR

« Heavy duty machining for high cutting
depths
« Screw clamping

Series Milling body Inserts Kr Features Page
(=)]
£ ol -—
o
= > =3 + Diameter range @50 - 125 mm
IE FMEO02 q / Z SPKT1204 75° « For steel and cast iron B70
‘7' q.‘,’ SPKW1204 +Screw clamping
B —
¥ :
- Jra— - N——
[ e =, - Diameter range @80 - 400 mm
FMEO3 t SPKN1203 75° « For steel and cast iron B72
o “’y SPKR1203 «Wedge clamping
= SPEX1203
= SPKN1504
= SPKR1504
SPEX1504
- « Diameter range @125 - 315 mm
C « For steel, stainless steel and cast iron
LNKT1506-ZR o «Tangential insert with four cutting edges
FMEO04 75 « Heavy duty machining for high cutting 875
depths
« Screw clamping
(=)]
=
=
O
\—
4 = o « Diameter range @80 - 315 mm
r - N « For steel, stainless steel and cast iron
FMPO1 TPKN2204 90° « Milling cutter with positive, soft cutting B77
J geometry
D «Wedge clamping
- ©
E "g G A4
6 ,6 | . J-z -E;ametelr rar}gle @50—I315 mm
ﬂ & EMPO2 A ) SEET09T3 a0° « For steel, stainless steel, cast iron an non- B79
c -’J - 9 | SEET1203 ferrous metals
« Screw clamping
- - + Diameter range @50 - 315 mm
S 3 « For steel, stainless steel and cast iron
LNKT120608-ZR 89° «Tangential insert with four cutting edges B82

v Very suitable v Suitable

Bs




System overview Indexable mill ing

Face milling

Application A
Series Milling body Inserts Kr P mIkTINTs T Features Page
) o
« Diameter range @50 - 315 mm £
« For steel, stainless steel and cast iron c
WNHU0604 = +Tangential insert with four cutting edges =
FMP12 WNHUO0S06 %0 < o « Heavy duty machining for high cutting ias =
depths
« Screw clamping
‘ « Diameter range @50 - 315 mm
« For steel, stainless steel and cast iron
WNHU0604 o «Tangential insert with four cutting edges
FMP12 ; %0 = v « Heavy duty machining for high cutting Bas
depths E‘
« Screw clamping =
=
/ + Diameter range @25 - 63 mm
e RCKT10T3 « For steel, stainless steel, cast iron, non-
FMRO1 t.\, // RCKT1204 R | ferrous metals and heatresistant alloys 890
R RCGX1204 « Screw clamping
o
=
=
« e
X e\)\ « Diameter range @50 - 250 mm
- RCGX1204 « For steel, stainless steel, cast iron, non-
FMR02 v 3 4 RCKT1204 viviviv]|Y ferrous metals and heatresistant alloys Bo3
%, ] RCMW1204 « Screw clamping
RCKT1606 D
RCKT2006
(] 5
< ©
- S =
- =
/--"- + Diameter range @15 - 50 mm = g
FMRO3 // RDKWO0803 o (= vl For steel, stainless steel and cast iron B96 é Ke]
,"’\. -~ RDKW10T3 « Screw clamping £
é RDKW1204 « Mould and die industry
« Diameter range @15 - 50 mm
RDKWO0702 « For steel, stainless steel and cast iron
. Bo8
FMRO3 a RDKW1003 v ivi]v v | screw clamping
+ Mould and die industry =
Y]
o
=
v Very suitable v Suitable

&
D B



Indexable mil Iing System overview

Face milling

A Application
Series Milling body Inserts Kr Features Page
PIM|K[N|S
2 2 -/
c f e ' » Diameter range @50 - 200 mm
= - N RDKW1204 « For steel, stainless steel and cast iron
= FMRO4 lf il RDKW1605 < | « Screw clamping kioa
RDKW2006 « Mould and die industry
« Diameter range @42 - 200 mm
RDKW1003 « For steel, stainless steel and cast iron
. B102
o FMRO4 RDKW12T3 viv ¥ « Screw clamping
e RDKW1604 « Mould and die industry
E
Square shoulder milling
C o « Diameter range @12 - 63 mm
— « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
APKT0702 «Weldon shank
EMPO1 APKT11T3 90° | v | v |v v v « For square shoulder milling, slot milling B104
APKT1604 and ramping
=] « Milling cutter with positive, soft cutting
é geometry
E « Inserts with two cutting edges
o « Diameter range @12 - 63 mm
— « For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
APKT11T3 «Weldon shank
EMPO1 APKT0702 90° | w | v | v | v | v « For square shoulder milling, slot milling B107
APKT1604 and ramping
« Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
[ =
™ 9
£E @
ﬂ = — « Diameter range @40 - 250 mm
£ « For steel, stainless steel, cast iron, non-
% ferrous metals and heatresistant alloys
. APKT0702 - .
" - o « For square shoulder milling, slot milling
EMPO02 P _ APKT11T3 W |v | v |v|wv and ramping B110
’ - APKT1604 « Milling cutter with positive, soft cutting
geometry
E « Inserts with two cutting edges

v Very suitable v Suitable

Index
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System overview Indexable mill ing

Square shoulder milling

Application
Series Milling body Inserts Kr Features Page
M|K | N|S
— « Diameter range @50 - 100 mm
g « For steel, stainless steel, cast iron, non-
‘) | APKTI1T3 ferrous metals and heatresistant alloys
oy « For square shoulder milling, slot milling
EMPO3 ! B—‘l' 90 v v | v auth gl B113
s j « Milling cutter with a positive, soft cutting
geometry
« Inserts with two cutting edges
A g « Diameter range @20 - 40 mm
« For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
EMPO4 <t ‘; APKT11T3 90° « For square shoulder milling, slot milling B115
{ g vVIivY([Y and ramping
4 « Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
. I . « Diameter range @25 - 40 mm
- « For steel, stainless steel and cast iron
« Straight shank
—— APMT1135 « For square shoulder milling, slot milling
EMPO5 e APMT1604 90° vi|v and ramping B117
ﬁ « Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
« Machining in z-direction possible
?l J « Diameter range @40 - 125 mm
« Sharp cutting edge geometry combined
with robust tangential inserts
o « First choice for large cutting depths with
EMP0O9 LNKTO804PNR-GM 90° i B120
LNKT1206PNR-GM 17 high feed rates.
-~ « Specially designed cutting edge with
LNKT1607PNR-GM high precision control for high quality 90
degree square shoulder milling
« Diameter range @40 - 250 mm
« For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 90° v v |v « Double sided, thicker inserts for high B126
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
gﬁﬂ « Diameter range @25 - 40 mm
i « For steel, cast iron and non-ferrous metals
EMP13 “ ANGX1105 90° v v | v « Double sided, thicker inserts for high B128
il ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges

v Very suitable v Suitable
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Square shoulder milling

Application
Series Milling body Inserts Kr P TmIKINT s TH Features Page
- _qk
« Diameter range @50 - 80 mm
« For steel, cast iron and non-ferrous metals
EMP13 ANGX1105 90° | v | v | v | v + Double sided, thicker inserts for high B132
ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
;vi—ﬁk
: ‘ﬁ « Diameter range @25 - 40 mm
[ « For steel, cast iron and non-ferrous metals
EMP13 r % ANGX1105 90° | v | v | v | v « Double sided, thicker inserts for high B134
' ANGX1506 stability and deeper cutting depths
« Inserts with four cutting edges
Profile milling

'\\ -
-~ I.\....,
« Diameter range @20 - 63 mm

| ZDETO08T2 & SPMT0603 « For steel, stainless steel and cast iron
BMRO1 -~ / ZDET1103 & SPMT0603 | v (= «Very suitable for roughing of big moulds B136
ZDET13T2 & SDMT0903 « Inserts with three cutting edges
ZPNT2204 & SPMT1204

!U‘

« Diameter range @12 - 20 mm
« For steel, stainless steel and cast iron

BMRO02 / ROHX1203 v | v | v «Very suitable for finishing in mould and B139

(= ROHX1604 die industry

ROHX2005 « Inserts with two cutting edges

<

« Diameter range @16 - 40 mm

XPHT16 -
« For steel and cast iron
BMRO3 XPHT20 v v | v «Very suitable for roughing in mould and B141
XPHT25 die industry
XPHT30 «Tool with high stability
XPHT32
XPHT40

v Very suitable v Suitable

B12 >



System overview Indexable mill ing

Profile milling

Application
Series Milling body Inserts Kr Features Page

P MK N|S|H

« Diameter range @16 - 40 mm

_ / ;E:$§g « For steel and cast iron
BMRO3 > v | v | v «Very suitable for roughing in mould and B145
M XPHT30 die industry
XPHT32 «Tool with high stability
XPHT40
XPHT50
/ XPHT16 « Diameter range @16 - 40 mm
% « For steel and cast iron
BMRO3 XPHT20 v v ]| wv «Very suitable for roughing in mould and B143
{gﬁ XPHT25 die industry
XPHT30 +Tool with high stability
XPHT32
XPHT40
XPHT50
XPHT40 « Diameter range @16 - 40 mm
XPHT50 « For steel and cast iron
BMRO3 v | v |wv +Very suitable for roughing in mould and B147
die industry

« Tool with high stability

=/
« Diameter range @12 - 32 mm
« For steel, stainless steel and cast iron
BMRO0O4 ZOHX12 v | v | v «Very suitable for finishing in mould and B149
& 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 ]| wv «Very suitable for finishing in mould and B151

& ZOHX16 die industry
ZOHX20 « Inserts with two cutting edges
ZOHX25
ZOHX30
ZOHX32

v Very suitable v Suitable

&
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Slot milling
Application
Series Milling body Inserts Kr Features Page
M K|N|S
s - ; « Diameter range @100 - 250 mm
SMPO1 ¥ m ° XSEQ1202 90° v % « For steel, stainless steel and cast iron B153
o e XSEQ1203 +Bore with.keyway
v - o XSEQ12T3 « Groove widths 4, 5,6, 7, 8 mm
B XSEQ1204
XSEQ12T4
e - « Diameter range @63 - 160 mm
SMPO1 e o T XSEQ1202 90° v | v « For steel, stainless steel and cast iron B155
XSEQ1203 + Groove widths 4, 5,6, 7, 8 mm
XSEQ12T3
XSEQ1204
XSEQ12T4
s s ,
i « Diameter range @80 - 200 mm
= MPHT0603 " « For steel, stainless steel and cast iron
SMP03 3 - prtitboret %0 v | ¥ + Bore with keyway o7
e il - MPHT1204 « Groove widths 8, 10, 12, 16, 18, 20 mm
-, Y A \
[
a Q B + Diameter range @80 - 200 mm
SMPO3 L . J MPHTO0603 90" v o[ v « For steel, stainless steel and cast iron B159
o MPHT0803 - Groove widths 8, 10, 12, 16, 18,20 mm
) MPHT1204
« Diameter range @25 - 44 mm
SMPO5 Qci6L 90° v o[ v « For steel, stainless steel and cast iron B161
Qc22L + Groove widths range 1,1 - 4,8 mm

v Very suitable

B14

v Suitable




System overview Indexable mill ing

High-feed milling
Application
Series Milling body Inserts Kr Features Page
MK | N|S
“e—
« Diameter range @20 - 40 mm
/ « For steel, stainless steel and cast iron
XMRO1 e SDMT06T2 15° v | v « Inserts with four cutting edges B166
‘r""f:‘ S5DMTO09T3 + Ramping possible
SDMT1204 « Double clamping system for inserts
SDMT1505
- - e
- 23] + Diameter range @40 - 125 mm
g ; B « For steel, stainless steel and cast iron
XMRO1 a . SDMTO9T3 15° v | v « Inserts with four cutting edges B168
) S5DMTO6T2 « Ramping possible
SDMT1204 « Double clamping system for inserts
SDMT1505
- Diamet, @20 - 40
« Diameter range -40 mm
o .‘—'/ 11 « For steel, stainless steel and cast iron
XMRO1 = WPGT0503 22¢ v | v « Inserts with three cutting edges B170
';.,': WPGT0604 + Ramping possible
« Double clamping system for inserts
N ———
) s i « Diameter range @42 - 160 mm
? . ﬁ 11 « For steel, stainless steel and cast iron
XMRO1 . ] WPGT0604 29 v | v « Inserts with three cutting edges B172
WPGT0806 « Ramping possible
- WPGT0907 « Double clamping system for inserts
Bore milling
>
« Diameter range @80 - 400 mm
XMPO1 CNE12 90° v | v « For steel, stainless steel and cast iron B174
« Also for face and square shoulder milling

v Very suitable

v Suitable
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T-slot milling
Application
Series Milling body Inserts Kr Features Page
PIM|K[N|S|H
/ « Diameter range @21 - 60 mm
TMPO1 D . MPHTO0603 90 |v |wv v « For cast iron B176
Ve MPHT0803 - Groove widths 9,11, 14, 18, 22,28 mm
MPHT1204
Helical milling

y!
H « Diameter range @40 - 50 mm

HMPO1 APKT1504 & SPMT1204 | gqe v | v |v + For steel and cast iron B178

| 8 «Weldon shank
gé\\‘-’\_ » Diameter range @50 - 80 mm
HMPO1 o e iy APKTT504 &SPMTI1204 | o | o | o | v « For steel and cast iron B180
’;“ﬁ « With JT coupling
«_‘, . » Diameter range @50 - 80 mm
P APKT1504 & SPMT1204 " « For steel and cast iron
| s
HMPO1-EC Ay W (v |wv |W¥ «With JT coupling B182
u"‘:v' »With indexable head
v Very suitable v Suitable

B16



System overview Indexable mill ing

Chamfer milling

Application A
Series Milling body Inserts Kr Features Page
M|K|[N|S
(=)]
- g
=
/ « Diameter range @12 - 32 mm =
CMZ01 o SPMT1204 30° v | v « For steel, stainless steel and cast iron g;‘ g: E
: “ i + Chamfer milling cutter 30°
——
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMA01 ‘\": } 45 v iv]v « Chamfer milling cutter 45° B188
o «Weldon shank E‘
=
——
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMA01 ‘\"fl f 45 vivi]v « Chamfer milling cutter 45° B1%0
by «Weldon shank
(=)]
=
=
——
/ « Diameter range @12 - 32 mm
SPMT1204 o « For steel, stainless steel and cast iron
CMDO1 ‘\": } 60 v iv]v « Chamfer milling cutter 60° B192
o «Weldon shank
:
-~ 5 S
P g2
/ « Diameter range @12 - 32 mm 6 g
SPMT1204 o « For steel, stainless steel and cast iron o O
CMDO1 ‘\"fl ¥ 60 viv|Vv « Chamfer milling cutter 60° B194 = E
y «Weldon shank
v Very suitable v Suitable E

Index
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Indexable heads - QCH series

Application
Series Milling body Inserts Kr P TmIKINT s TH Features Page
XPHT16 « Diameter range @16 - 32 mm
: XPHT20 « For steel and cast iron
QCH-XPHT ‘: mmu XPHT25 M v «Very s;]itable for roughing in mould and L
die industry
XPHT30
XPHT32
“—
« Diameter range @20 - 40 mm
o'e l mmu SDMTO6T2 « For steel, stainless steel and cast iron
QCH-SDMT - | 15 | v | v | v « Inserts with four cutting edges B200
o @ ; SDMT09T3 - Ramping possible
SDMT1204 « Double clamping system for inserts
i 5 —
rf l ‘ ' [ mmI « Diameter range @16 - 42 mm
= o « For steel, stainless steel and cast iron
L 11 |, I | and
QCH-WPGT WPGT0503 270 v | v | v « Inserts with three cutting edges B202
oo WPGT0604 « Ramping possible
'.- = J— WPGTO806 « Double clamping system for inserts
— « Diameter range @16 - 40 mm
« For steel, stainless steel, cast iron, non-
ferrous metals and heatresistant alloys
- APKT11T3 - .
= L v v v v v :
QCH-APKT L 1 mm mmT APKT1608 90° x:js:];:].:;?nsghoulder milling, slot milling B204
- « Milling cutter with positive, soft cutting
geometry
« Inserts with two cutting edges
« Diameter range @15 - 42 mm
?- « For steel, stainless steel and cast iron
QCH-RD ® N umm“ RDKW0702 v v | v v |+ Screw clamping B206
- RDKW10T3 « Mould and die industry
RDKW1605 « For two different thicknesses of inserts
v Very suitable v Suitable
.
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System overview Indexable mill ing

Indexable heads - QCH series

Application A
Series Milling body Inserts Kr Features Page
P M|K|N|S
e’ 2
« Diameter range @15 - 42 mm E
W' « For steel, stainless steel and cast iron 5
QCH-RD “3 TN RDKW0702 v | v|v « Screw clamping B208 =
® w RDKW1003 « Mould and die industry
RDKW12T3 « For two different thicknesses of inserts
RDKW1604
2 B
« Diameter range @16 - 32 mm
. « For steel, stainless steel and cast iron
QCH-ZOHX Il ZOHX16 v v ]| wv «Very suitable for finishing in mould and B210
ZOHX20 die industry o
ZOHX25 « Inserts with two cutting edges E
ZOHX30 =
ZOHX32 =
v Very suitable v Suitable
(=)]
=
=
O
[ =
™ O
g 2
£ E
g0
7]
=
)
©
=
.
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IndEXbale mi"ing Chip breakers overview

Chip breakers overview

Finishing Medium machining Roughing
DF DM DR
APF APM -
PF PM PR
P
GF GM GR
- - ZR
MO-2 MO-1 MO-3
EF EM -
APF APM -
DF DM -
M PF PM PR
GF GM GR
E E -
- - ZR
CF M CR
DF DM DR
EDFR DER DER
K PF PM PR
GF GM GR
- - ZR
MO-2 MO-1 MO-3
EF EM -
S
NM NM -
LH LH LH
N
ALH ALH ALH
ot
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Grade overview Indexable mi " ing

Coated cemented carbide CVD

Grade 1SO Micro structure Grade description
YBC301 P20 - P35 CVD_ coated P20-P35 carbide grade for medium operation to roughing of steel at lower
cutting speed.
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.
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.
T ————
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15 - M35 steel with wide application field. High wear resistance and capability against plasctic
. deformation at higher cutting speed.
o & ¥ \ v u“
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 . . . .
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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Indexa ble mil Iing Grade overview

Coated cemented carbide PVD

Grade IS0 Micro structure Grade description
PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
YBG102 S05-515 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.
PVD multilayer coated P10-P30/M20-M40 carbide substrate for finishing to medium
YB9320 P10-P30 application of stainless steel, super alloy and steel (grooving/milling). Optimized coating
M10-M25 stability for higher wear resistance and thermal stability in a wide application
fi
P10-P30 PVD multilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium application of stainless steel, super alloy and steel (milling). Good wear resistance
515-525 and thermal stability in a wide application field.
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.
YBG152 K20 - K35 PVD coated KZFJ—K35 carbide substrate for medium roughing application of cast iron.
Good wear resistance and toughness.
P10-P20 PVD coated P10-P20/M10-M20/K10-K20 carbide grade for finishing to medium operation
YBG252 M10 - M20 of steel, stainless steel and cast iron. Good wear resistance and toughness for a wide
K10-K20 application field.
<
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Grade overview Indexable mi" ing

Cermet
Grade 1SO Micro structure Grade description

Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
YNG151 PO5-P15 7 g 5 i M

Good resistance against plastic deformation for good surface finishing.

PVD coated PO5-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C P05 - P15 steel. Good wear resistance and capability against plastic deformation for good surface

o

roughness.

Uncoated cemented carbide

Grade 1SO Micro structure Grade description

P25 -P40 Uncoated P25-P40/M25-M40 carbide substrate for roughing operation of steel and
YC30S .

M25 - M40 stainless steel.
YD101 NO5 - N25 Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in

K05 - K20 aluminum and other material.

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

N10- N30 other material.
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lndexa ble mi"ing Application fields of grades

Application fields of grades — Indexable milling

A

o
v
o
—
Z
g
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)
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U S0ZogA
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zoLogA ZOLDEA LOLDEA ZoLD8A | 20Lo8A
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(Cisewan | LovDEA
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=
5] | LobdEA | LSEWEA
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HT Uncoated cermet

HC' Coated carbide
HC?* Coated carbide

Non-ferrous metals
Heat-resistant alloys

Steel
Stainless steel

xapu|

HW Uncoated carbide

Hardened materials

Castiron
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Indexable mi"ing System code — milling bodies

FM

E 03 100-B32 S - P

12 -

06 (L)

(C)

1 2 3 4 5 6 7 8 9 10 11
Type Entering angle
Code Description
BM Profile milling A % al E %?50
™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
050 50 Serial number
160 160
315 315
4 3
Type and size of tool holders
Code Type Code Type
Nominal diameter @50-80mm Nominal diameter @100~ 160 mm
@16,22,27,32 ©27,32,40
33| » | |
A 37 t 40 B I 50
I 50 | 63
f 63 T 70
I I
t |
11,135 :
218,20 ©38,45,56 1
950,63,80
f ©100,125,160
Nominal diameter @200-250 mm Nominal diameter @315 mm
101,6 177,8
@60 101,6
i : 260
I ! I I I
' ! ! 63 32 y | ! ' . |
A | 1 ¥
=5 ! o 70 i ! rf—é ! 7
1 . 1 1 1
726 X gz @y |
@34 26
$200,250 - R @315 -
| 1
G Straight shank XP Weldon shank
K Bore with keyway
5

With respect to mounting please adhere to the information provided by the tool holder manufacturer.
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System code - milling bodies Indexable mi"ing

Cutting edge length | [mm]

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

f
=

Coolant clamp screw

Coolant shower plate

Spare parts (B coupling with inner coolant supply)

Insert shape Clearance angle
Insert shape
[l . [
O O - _
D E = ";]
H L o o
O O | & :
RO EER ORISR 0
I |
O O ||'F o
: N 2 ]
R S
w O X  Special
| él—' l:l+
Z  Sped
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
5 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 mil Iing ISO code - inserts

wn

P

K

N

12 04

ED

T21K R

DM

1 2 3 4 iy 6 7 8 9 10
Insert shape Clearance angle Tolerance class
3 O |1 = o o
5 7
I IC 1
<:> L I:l E E E Code L.C [mm] ‘ m [mm] ‘ S [mm]
A +0,025 40,005 +0,025
—— C +0,025 40,013 +0,025
Q o Q F E N o E +0,025 40,025 +0,025
F +0,013 40,005 +0,025
Q . O p ‘ G +0,025 +0,025 +0,130
" H +0,013 40,013 +0,025
J 40,05-0,13 40,005 +0,025
T A K 40,05-0,13 40,013 +0,025
L +0,05-0,13 40,025 +0,025
M +0,05-0,13 +0,08-0,18 +0,130
O X Spedal N +0,05-0,13 +0,08-0,18 +0,025
u 40,08-0,25 +0,13-0,38 +0,130
Special
1 2 3

Fastening features (metric)

Cutting edge length | [mm]

B28

Insert shape Insert shape
> 65°
U_1J B q
> 657 —I IQ
F >
A CM
> 65°
4D H
>65° ;I ——
M T Iy
H O,P L
< 65°
(W Q
Q 0
3 T
R 5
<65° <65°
w =
_ = ;
Special
T w
4 5




ISO code - inserts Indexable mi I Ii ng

Insert thickness S [mm] Angle
@ G
t 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 7l C 7
T 1,98 T6 6,75 F 85° D 155
02 2,38 07 7,94 P 90° E 20°
T2 2,58 09 9,52 z Special F 25°
03 318 T9 9,72 G 30°
T3 3,97 1 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
j 0 5° 0 0,10
F
1 10° 1 0,15 K O
E _ 7 2 15° 2 0,20
T ) 3 20° 3 0,25 P
4 25° 4 0,30
s _7
5 30° 5 0,35
6 0,40 w
7 0,45
8
Cutting direction
Code Description
2 " Chip breaker overview
Right (on page B20)
L Left
N Right and left
9 10

CC.CT
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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
P Insert size
3 N P \ [mm]
M ’ s -0 118
8 9 10
Cutting direction
Cod Di ipti
Number of teeth i b
Right
Left
11 12
<
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racemiling INdexable milling

Face milling

FMAO1 Kr:45° 0

fﬁ

Turning

Ll e AT

Fine pitch |_ﬂ..|
D
g
Stock Dimensions [mm] Inserts =
Article -3 Teeth | Coupling =
R{L| @D | @D, od L A max o
A 4
FMAO01-050-A22-SE12-04 e O 50 61 22 40 6 4 A 03
FMAO01-050-A22-SE12-04C *ooe 50 61 22 40 6 4 A 03
FMAO01-063-A22-SE12-05 [ ] 63 74 22 40 6 5 A 05 C
FMAO01-063-A22-SE12-05C e o 63 74 22 40 6 6 A 12
FMAO01-080-A27-SE12-06 . @ 80 7N 27 50 6 6 A 1.2
FMAO01-080-A27-SE12-06C X e o 80 7 27 50 6 6 A 1.2
FMAO01-100-B32-SE12-07 * O 100 107 32 50 6 7 B 1.2 =
FMAO01-100-B32-SE12-07C % o o 100 107 32 50 6 7 B 12 SEET12T3 g
FMAO01-125-B40-SE12-08 . @ 125 136 40 63 6 8 B 26 E
FMAO01-125-B40-SE12-08C * o 125 136 40 63 6 8 B 26
FMAO01-160-B40-SE12-10 . @ 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 * O 200 210 60 63 6 12 C 76
FMAO01-250-C60-SE12-14 * O 250 260 60 63 6 14 C 135 D
FMAO01-315-D60-SE12-18 * O 315 325 60 70 6 18 D 20.8
FMAO01-100-B32-SE18-04 o o 100 120 32 63 10 4 B 1.2
FMAO01-125-B40-SE18-05 o o 125 145 40 63 10 B 26
FMAO01-160-C40-5E18-06 o o 160 180 40 63 10 6 C 43 o S
SEET18T6 Y <
FMAO01-200-C60-SE18-08 * O 200 220 60 63 10 8 C 76 E E
FMAO01-250-C60-SE18-10 . 250 270 60 63 10 10 C 135 é é
FMAO01-315-D60-SE18-12 o o 315 335 60 80 10 12 D 20.8 =
® Ex stock © On demand
*= With internal cooling
E
)
o
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

B32

Spare parts
A Insert SEET12T3 SEET12T3 SEET18T6
@D 50-100 125-315 100- 315
w Sciaw i) 160M3.5*10 160M3.5%12 160M5*17
(2.7 Nm) (2.7 Nm) (6.7 Nm)
o W Screw (shim) SM5*7XA SMB8*9XA \x
L 0
= 4
m :
E — Shim 513B5 S518B5 S
) /’ Wrench (insert) WT15IS WT15IS oﬁ
} Wrench (insert) WT20IT - g
B ( Wrench (shim) WH35L WHS50L
o O Ideal machining conditions SEET L 1.C 5 d
é €5 Normal machining conditions 1273 | 134 | 134 | 397 | 41
= Milling inserts &%  Unfavourable machining conditions 18 T6 18 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |COHRGOHE & SBoBEe OO0 O
@2\9"\9‘0" M| O2300 BB0Bs 00 |0
20°
C ac Y K sal o B0 %
D] od N ) Sn
S LK (@Y Lo
L bs
H
g’ U
= N = M= = o W N —
] gggmmmmmmmgmmmmmmz = 0o
X > F > x> > > |5 |>=
SEET12T3-CF 2.55 L] [ ]
@D
>’
SEET12T3-CM 2.55 L] [ ]
D o
S’
SEET12T3-CR 255 . e [s]
- (=)
© C —_——
J o4
=8
< £ SEET12T3-DF 2550 ® o e o o |o
R o
- >’
SEET12T3-DM 255|e @ o o o @ o [ ]
@ | seeTi8T6-DM 229 .
S’
E ® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
=
[
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e



racemiling INdexable milling

(O  Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 1273 | 134 | 134 | 397 | 4.1
Milling inserts g8  Unfavourable machining conditions 18 T6 18 18 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BHB&80E © DOBRE QO (O
299‘\9(0“ s M| GRG0 BoGae OO (O
AIC (TN K @ O 219 L]
D] il N S €4
- S LEE (@FR Ao
L
H
m ™~ ™ ~ oY =
NS 5o =ag8a P
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = |= =
SEET12T3-DR 2.55 o0 ] o o o
(=)
A 4
SEET12T3-EF 255 s} .
@D
>’
SEET12T3-EM 255 . s} .
o
S’
SEET12T3-LH 2.55 o] o e
L)
 —
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 1273 | 17.82 | 134 | 3.97 4.1
Milling inserts &8  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BO&0B8% O Sooae OO0 (O
M| DeROBD6R @G@aaade OO0 (O
K @2 O 80 A
N 8 3 42
S L Oa8B8
H
- (@]
™~ — — e e w o oo e —
IS0 R|bs 2328882808880 n |0 |55
UUU=S=SS00uvuaoVluuyayuyuls (Y] = o
OO OODO0@DDOOODOm0onommnom|Z = [alya}
e cE R e e B > |==
SEET12T3-W 500 |9.46 o] L] o o
@
-—
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

FMAO2 Kr:45° 0

Coarse and differential pitch

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling i
@D @D, od L Ap max @ o
-
FMA02-050-A22-SE12-03 L] 50 61 22 40 6 3 A 0.4
FMAO02-063-A22-5E12-04 (] 63 74 22 40 6 4 A 0.6
FMAO02-080-A27-SE12-04 L] 80 91 27 50 6 4 A 1.3 SEET12T3
FMAO02-100-B32-SE12-05 . 100 107 32 50 6 5 B 13
FMAO02-125-B40-SE12-06 [s] 125 131 40 63 6 6 B 26
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert SEET12T3
@D 50-125
E -
. 160M3.5%10
v Screw (insert) 2.7 Nm) A
& | Wrench (insert) WT151S
System code B26 Grade selection .~ B24 Technical info B463 Cutting data B224
o
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racemiling INdexable milling

(O  Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 1273 | 134 | 134 | 397 | 4.1
Milling inserts g8  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [3&380838 © DOBRE QO (O
Nﬁw s M| GRG0 BoGae OO (O
AIC (TN K @ O &S0 L]
D] il N S €4
XS /m S LEE (@FR Ao
L
H
m ™~ ™ ~ oY =
N==s@A &G = = B=] ) R
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = |= =
SEET12T3-CF 255 . .
D
>’
SEET12T3-CM 255 . .
o
S’
SEET12T3-CR 255 . e s}
(=)
A 4
SEET12T3-DF 255|e o e e L) o o o
D
>’
SEET12T3-DM 255|e o o ® o @ ] o [
o
-
SEET12T3-DR 255 LN ] ° o] o] [s]
(=)
A 4
SEET12T3-EF 255 o] .
D
>’
SEET12T3-EM 255 LI o] .
o
S’
SEET12T3-LH 255 [s] . e
L
A
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

B36

O Ideal machining conditions SEET L 1.C 5 d
A €5 Normal machining conditions 1273 | 1782 134 | 397 | 4.1
Milling inserts €%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P SBHBBE S SeBEe OO0 O
g M| ©B&HDB0ER GaBsge OO0 O
-
= K B O 80 LA
N & B
S & 9 088D
H
m ™~ ™ <
o — — = - = W od oo | -
B 150 R|bs 92208808888 g0ge |2 |53
UUUZ2Z2Z20000e0lduyuyuyuyg 9 = ™
(e e e e e R R S T R = (alya]
> > > >>>>>>>>>>>>>>5> |5 |5
SEET12T3-W 500 |9.46 s} . [s] s}
@
E‘ -
§ ® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
(=)]
£
=
()]
[ =
™ O
g 5
£E
FR=
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o



racemiling INdexable milling

Face milling

FMAO3 Kr:45° 0

@D1
@D

od
D
Stock Dimensions [mm] Inserts
Article sk gl il # g Teeth | Coupling
: od L A max -
FMAO03-080-A27-SE12-04 o o 80 103 27 50 5.5 4 A 1.8
FMAO03-100-B32-SE12-05 o o 100 122 32 50 5.5 5 B 24
FMAO03-125-B40-SE12-06 o o 125 147 40 63 5.5 6 B 4.4 SEEN1203
FMAO03-160-B40-SE12-08 o o 160 181 40 63 5.5 8 B 6.4 SEKN1203
FMA03-200-C60-SE12-10 o o 200 221 60 63 55 10 C 85 SEKR1203
FMAO03-250-C60-SE12-12 o o 250 270 60 63 5.5 12 C 14.1
FMAO03-315-D60-SE12-15 o o 315 353 60 63 5.5 15 D 222
FMAO03-080-A27-SE15-04 [s] 80 103 27 50 7.5 4 A 1.7
FMAO03-100-B32-SE15-05 o] 100 122 32 50 7.5 B 23
FMAO03-125-B40-SE15-06 [s] 125 147 40 63 7.5 6 B 42
FMAO03-160-B40-SE15-08 [s] 160 181 40 63 7.5 8 B 6.1 SEKN1504
SEKR1504
FMAO03-200-C60-SE15-10 o] 200 prl| 60 63 7.5 10 C 83
FMAO03-250-C60-SE15-12 [s] 250 270 60 63 7.5 12 C 136
FMAO03-315-D60-SE15-15 o o 315 353 60 63 7.5 15 D 21.8
® Ex stock © On demand
= With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Spare parts
AR SEKN1504
Insert SEKN1203 SEKR1504
SEKR1203
@D 80-315 80-315
[~ 4 Aol LOMS5*15.1 LOMS5*15.1
screw
a Cassette (left) LSE12L LSE15L
a Cassette (right) LSE12R LSE15R
@ Screw (wedge) DM8*21X DM8*21X
9 (10.2 Nm) (10.2 Nm)
@ Wedge (left) wo1L wo1L
&/ | Wedge (right) WO1R WO1R
)i Wrench (loca- WT20T WT20T
tor)
) Wrench WH40T WH40T
(wedge)

Technical
Information

Index

QO Ideal machining conditions SEEN L 1.C S
&3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &%  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BHBBE & SaBHEe OO0 O
M| ©B&HO0aER SeBe 00 O
K D O 80 &
N 8 e
S & OB8B
H
m — — =
150 bs S2ERQB2QESIZSHIA[D b oo
VUU=S=SS00uvuoluuuuylg |9 =5
ceogroggeeeaeeeage £ 20
SEEN1203AFTN 1.8 .
-—w
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B463 Cutting data B224
o
B3s ‘



racemiling INdexable milling

O Ideal machining conditions SEKN L I.C 5
€ Normal machining conditions 12 03 12.7 127 | 3.8
Millinginserts g8 Unfavourable machining conditions 1504 [15.875]|15.875| 4.76
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P B3B8 & SBBHe OO0 |0
M| £330 SBaasa OO0 |0
K @4 O 80 LA
N 8 €3 9%
S & 43 @E L]
H
m ™~ ™ =
o = — b — ™ T I I B I I ' | —
IS0 bs (3228882288352 K[2 [2 [55
UUU=S=SS00vvuaoVuuuyuls (©) = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> = |= =
SEKN1203AFN 18 s}
SEKN1203AFTN 1.8 o LI o ] ] o
U | SEKN1504AFTN 16| eo o
SEKN1504AZ 1.6 L] o
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SEKR L I.C 5
€2 Normal machining conditions 12 03 12.7 12.7 3.18
Mi"ing inserts &# Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |B@BHBBH & SeBHE OO0 |0
M| &0 S@asae OO0 |0
K @& O @80 o
N B €3 9%
S g 9 oca88
H
m ™~ ™ =
o — — oy — = o wm o =
1SO bs ooommmgmggmoo-—c:ﬁmﬁ L — —
B03SSSc8lcoad33303e [a |12
OO OO0DO0ODDOoOOOOoOoMoo| = oo
> > > > > > > > = |= =
SEKR1203AFN 18 . s}
_—
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling

Face milling

Face milling

FMA04 Kr:45° 0

W= Ny ey

iy ol i
N ] L7

b

L
1 i '|—'|
I_I_| |
! : L
ed_|
A
Screw Clamping
Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R|L| @D @D, od L p max 9
FMA04-050-A22-0F05-04 ] 50 56 22 40 35 4 A 0.3
FMA04-050-A22-0OF05-05 . 50 56 22 40 35 5 A 0.4
FMA04-050-A22-0F05-05C * o 50 56 22 40 35 5 A 0.4
FMAO04-063-A22-0F05-05 . 63 69 22 40 35 5 A 0.5
FMA04-063-A22-0F05-05C * o 63 69 22 40 35 5 A 0.5
FMA04-080-A27-0OF05-06 e O 80 86 27 50 35 6 A 0.8
- OFKTO5T3
FMA04-080-A27-0F05-06C w e 80 86 27 50 35 6 A 0.8
FMAO04-100-B32-OF05-07 e O 100 106 32 50 35 7 B 1.2
FMA04-100-B32-0F05-07C * o 100 106 32 50 35 7 B 1.2
FMA04-125-B40-OF05-08 L] 125 130 40 63 35 8 B 27
FMA04-125-B40-OF05-08C ® o 125 130 40 63 35 8 B 27
FMA04-160-B40-OF05-10 . 160 165 40 63 35 10 B 5.1
® Ex stock © On demand
% With internal cooling
Spare parts
Insert OFKTO5T3 OFKTO5T3
@D 50-63 80-160
v Screw (insert) 160M4*8.4 160M4*10
(3.4 Nm) (3.4 Nm)
/w Wrench (insert) WT15IS WT15I5
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B40



racemiling INdexable milling

Ideal machining conditions OFKT L 1.C S d
€ Normal machining conditions 0573 | 526 | 127 | 397 | 44
Milling inserts g8  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2lC P [BHB&80E © DOBRE QO (O
' o M| osoos sooss oo [0
M | od |+ K o6 O e £
B - N S L
v 5 3 & & OBHS
H
m ™~ o~ o~ T N B B B B | =
NS S5ninnm =88 P
003===000023388003|8 [C |28
[l e e R R e S R T = (alia)
> > > > > > > >>>>>> > > > |==
OFKTO05T3-DF 05 . .
OFKT05T3-DM 05 o [ o o [
OFKTO5T3-LH 05 .
N »
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

FMA04 Kr:45° 0

Wedge
Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R|L| @D @D, od L p max S
FMAO04-125-B40-OF07-08 L[] 125 136 40 63 5 8 B 39
FMAO04-160-B40-OF07-10 . 160 171 40 63 5 10 B 59
FMA04-200-C60-OF07-12 ] 200 21 60 63 5 12 C 76 OFKRO704
FMAO04-250-C60-OF07-16 . 250 261 60 63 5 16 C 133
FMA04-315-D60-OF07-20 o o 315 in 60 63 5 20 D 203
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert OFKRO704
@D 125-315
w Adjustable LOMS5*15.1
screw
@ | Cassette (left) LOFO7L
@ | Cassette (right) LOFO7R
DM8*21X
@' Screw (wedge) (10.2 Nm)
&/ | Wedge eft wo2L
@ Wedge (right) WO2R
)‘ Wrench (loca- WT20T
tor)
)‘ Wrench WH40T
(wedge)
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B42



racemiling INdexable milling

O Ideal machining conditions OFKR L 1.C 5
€ Normal machining conditions 0704 | 745 | 1794 | 476
Milling inserts g8  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
- R P [BHB&80E © DOBRE QO (O
g 26 M| 8800 BHBWH OO |0
4= - K o8 O 80 )
i
ac | N @ X
Hioa
r S s ® & | ooeo
H
m ™~ o~ o~ T N B B B B | =
NS S5ninnm =88 P
003===000023388003|8 [C |28
[l e e R R e S R T = (alia)
> > > > > > > >>>>>> > > > |==
OFKRO704-DF 0.8 s} .
~ -~
N
OFKR0704-DM 0.8 ] o0 o [
N~ OFKRO704W-DM 0.8 [ ]
N
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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FMAQO7 "

Face mill

High cost-benefit factor due to 16 cutting edges.
Thick insert for best stability and break resistance.
Different chip breakers for best chip breaking.

Two insert sizes available.

Insert grades
YBC302 YBG202 YBM253 YBM351
cvD PVD cvD cvD
P15-P35 P10-P30 P20-P40 P25-P40
YBG205 YB9320 YBD152
PVD PVD cvD
P10-P30 P15-P25 K05-K25

M20-M30 M20-M30

Chip breakers

-PF -PM

- Low cutting forces + General application
- » Good balance between
Verysharp stability and sharpness

2x8 cutting edges

B4s



Indexable milling race miling

Face milling

FMAO7 Kr:45° 0
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B46

ap
= 5 fl A { 9
SIS V]
L1
Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth @
@D @D, od L, L Ap max
FMAO07-025-XP20-ON06-02 (o} 25 37 20 45 a5 4 2 0.2
FMAO07-025-XP20-ON06-02C S o} 25 37 20 45 a5 4 2 0.2
ONHU0604
FMAO07-032-XP25-0ON06-02C 5 L[] 32 44 25 55 111 4 2 0.4
FMAO07-040-XP25-ON06-03 [a] 40 52 25 50 106 4 3 0.4
FMAO07-032-XP25-ON08-02 [ ] 32 47 25 55 111 5 2 0.4
FMAO07-040-XP25-ON08-03 [ ] 40 55 25 55 111 5 3 0.5
ONHUOQBTS
FMAO07-040-XP25-ON08-03C 5 [ ] 40 55 25 55 111 5 3 0.5
FMAO07-050-XP25-ON08-04 [ ] 50 65 25 55 111 5 4 0.6
® Ex stock © On demand
% With internal cooling
Spare parts
Insert ONHUO604 ONHUO08T5
@D 25-40 32-50
v Screw (insert) 160M4*10 160M5%13
(3.4 Nm) (6.7 Nm)
& | Wrench (insert) WT151S
)i Wrench (insert) WT20IT
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<



Face milling

Indexable milling

O Ideal machining conditions ONHU L 1.C S d
€ Normal machining conditions 06 04 | 6.58 |15.875| 476 | 44
Milling inserts €% Unfavourable machining conditions 08 T5 8.39 | 202 5.77 5.3
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
i P [BHB&80E © DOBRE QO (O
- M| 8008 sooee O [0
K Bk O 1@) o
SRR od)
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S in b= =] in in
SO r DOONNmEmEENOO-—OEm‘_ L — —
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = ==
ONHU060408-PF 08 |o [s] . .
. ONHU08T508-PF 08 |e [ o ] o
ONHU060408-PM 0.8 .
. ONHUO08T508-PM 08 |e . (I
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info .+ B463 Cutting data B224
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Indexable milling race miling

Face milling

FMAO7 Kr: 45° 0
.l
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Turning
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Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R|L| @D @D, od L Ap max .
FMAO07-050-A22-ON06-05 e O 50 62 22 40 4 5 A 0.3
FMAO07-050-A22-ON06-05C ES 50 62 22 40 4 5 A 0.3
FMAO07-063-A22-ON06-06 o 63 75 22 40 4 6 A 0.5
FMAO07-063-A22-0ON06-06C ES 63 75 22 40 4 6 A 0.5
FMAOQ7-080-A27-0ON06-07C ¥ooe 80 92 27 50 4 7 A 1
FMAO07-080-B27-ON06-07 L] 80 92 27 50 4 7 B 1
FMAO07-100-B32-ON06-08 . 100 112 32 63 4 8 B 1.9
FMAO07-100-B32-ON06-08C K ooe 100 112 32 63 4 8 B 1.9 ONHUDG04
FMAO07-125-B40-ON06-09 . 125 137 40 63 4 9 B 35
FMAO07-125-B40-ON06-09C X e 125 137 40 63 4 9 B 35
FMAO07-160-C40-ON06-11 o o 160 172 40 63 4 11 C 43
FMAO07-200-C60-ON06-13 o 200 212 60 63 4 13 C 6.4
FMAO07-250-C60-ON06-15 [s] 250 262 60 63 4 15 C 134
FMAO07-315-D60-ON06-17 o 315 327 60 80 4 17 D 219
FMAO07-063-A22-ON08-05 . 63 78 22 40 5 5 A 0.5
FMAO07-063-A22-0ON08-05C E ) 63 78 22 40 5 5 A 0.5
FMAO07-080-A27-0ON08-06C I 80 95 27 50 5 6 A 0.9
FMAO07-080-B27-ON08-06 e O 80 95 27 50 5 6 B 0.9
FMAO07-100-B32-ON08-07 . 100 115 32 63 5 7 B 1.8
FMAO07-100-B32-ON08-07C X e 100 115 32 63 5 8 B 31
FMAO07-125-B40-ON08-08 ® O 125 140 40 63 5 8 B 31 ONHUOSTS
FMAO07-125-B40-ON08-08C E ) 125 140 40 63 5 8 B 31
FMAO07-160-C40-ON08-10 ® O 160 175 40 63 5 10 C 4.1
FMAO07-200-C60-ON08-12 e O 200 215 60 63 5 12 C 6.1
FMAO07-250-C60-ON08-14 ® O 250 265 60 63 5 14 C 12
FMAO07-315-D60-ONO08-16 e O 315 330 60 80 5 16 D 21
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<



Face milling

Indexable milling

Spare parts
Insert ONHU0604 ONHU08TS
@D 50-315 63-315
_ 160M4*10 I60M5*13 K
VP | screwlinsery (3.4 Nm) (6.7 Nm) F
& | Wrench (insert) WT15IS \ | !
/)r Wrench (insert) WT20IT d

O  Ideal machining conditions ONHU L 1.C S d
€2  Normal machining conditions 06 04 | 6.58 |15.875| 4.76 4.4
Milling inserts &# Unfavourable machining conditions 08T5 | 839 | 202 | 577 5.3
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |[BOHBB8% © S8Led OO |0
M| SBDDBE Saoea OO |0
K @84 O 80 %
N 8 3 92
S & OB88
H
N‘—.—m;ENN-—NDmNNNNNE E
1SO r |RR2aadm 2 22dR3aR282 |2 |8
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> = |=>
ONHU060408-PF 08 |o [o} L[] L]
. ONHUO08T508-PF 08 |e [ ] [e} ] L]
ONHU060408-PM 0.8 L] [ ]
. ONHUO08T508-PM 08 |e [ ] o e
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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FMAT12*

New face mill generation

B Double sided, extra thick insert with 8 cutting edges.
B Large rake angle reduces cutting forces.
B More stability for larger cutting depths.
B Wiper geometry for better surface quality.
Insert grades
YBC302 YBM253 YBD152
cvD cvD cvD
P15-P35 P20-P40 K05-K25
vo0252 [iiac205 [eos2o |
cvD PVD PVD
K15-K35 P10-P30 P15-P25

M20-M30 M20-M30

Chip breakers

+ General machining - Stable cutting edge

- Wiper geometry for

» Sharp cutting edge
best surface quality

« First choice for stainless steel

8 cutting edges

Insert sizes

9,0mm

Bp max:
55mm

SNEG1205ANR- SNEG1506ANR- SNEG1907ANR-
GM/GR GM/GR GR

Bs1



Indexable milling

Face milling

Al

Turning

Face milling

FMA11 Kr:45° o

apy||

ST

K
ad

C

o

=T

Milling

Dimensions [mm]

Inserts

Article sle | Stock Teeth Coupling
@D @D, od L Ap max E
FMA11-063-A22-SN12-05 ° 63 74.47 22 40 55 5 A 0.55
FMA11-063-A22-SN12-06 L] 63 74.47 22 40 55 6 A 0.58
C FMA11-080-A27-SN12-06 L] 80 91.47 27 50 55 6 A 1.14
FMA11-100-B32-SN12-07 L] 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-07C * o 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-10C b L] 100 11147 32 50 55 10 B 1.42
SNEG1205
= FMA11-125-B40-SN12-08 . 125 13647 40 63 55 8 B 286
é FMA11-125-B40-SN12-08C * o 125 13647 40 63 55 8 B 286
E FMA11-125-B40-SN12-12C b L 125 13647 40 63 55 12 B 286
FMA11-160-C40-SN12-10 L] 160 17147 40 63 55 10 C 4.06
FMA11-160-C40-SN12-15 L] 160 171.47 40 63 55 15 C 4.06
FMA11-200-C60-SN12-14 L] 200 212.08 60 63 55 14 C 6.89
FMA11-063-A22-SN15-05 . 63 774 22 40 7 5 A 0.56
D FMA11-080-A27-SN15-06 L] 80 94.4 27 50 7 6 A 1.06
FMA11-100-B32-SN15-07 . 100 1144 32 50 7 7 B 1.47
FMA11-100-B32-SN15-07C S o 100 1144 32 50 7 7 B 147
FMA11-100-B32-SN15-09C £ . 100 1144 32 50 7 9 B 147
E _§ FMA11-125-B40-SN15-08 L] 125 1394 40 63 7 8 B 27
E g FMA11-125-B40-SN15-08C * o] 125 1394 40 63 7 8 B 27 SNEG1506
é ;g FMA11-125-B40-SN15-10C * . 125 14025 40 63 7 10 B 3.1
- FMA11-160-C40-SN15-10 L] 160 1744 40 63 7 10 C 3.92
FMA11-160-C40-SN15-13 L] 160 17525 40 63 7 13 C 4.14
FMA11-200-C60-SN15-12 . 200 2144 60 63 7 12 C 5.46
FMA11-250-C60-SN15-14 L] 250 2644 60 63 7 14 C 11.26
E FMA11-315-D60-SN15-18 o] 315 3294 60 80 7 18 D 20
FMA11-125-B40-SN19-07 L] 125 14263 40 63 9 7 B 3
FMA11-125-B40-SN19-07C £ . 125 14263 40 63 9 B 3
FMA11-160-C40-SN19-09 L] 160 16763 40 63 9 9 C 425 SNEG1907
é FMA11-200-C60-SN19-11 L] 200 21763 60 63 9 11 C 6.18
E ® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling @
@D @D, od L A max
FMA11-250-C60-SN19-13 250 267.63 60 63 9 13 C 11.55 SNEG1907
FMA11-315-D60-SN19-16 315 33263 60 80 9 16 D 209
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 63-200 63-315 125-315
v Screw (insert) 160M3.5%10 I60M5%13 143M6*16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
& | Wrench (insert) WT15IS
)i Wrench (insert) WT20IT WT25IT
SNEG L 1.C 5 d
(O  Ideal machining conditions 1205 | 76 12 | 476 | 46
€3 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts %  Unfavourable machining conditions 1907 | 121 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P |COHBHBE% © SoBade OO |0
M| SHHBHBEH SaGea OO |0
K @& O 80 %
N & 3 42
S & 6 (@F 1)
H
m ™~ o~ o~ T N B B B B | =
N = — — — o = =
1SO rlbs|223ddnldleeqiealnye |2 |ss
UVUU==S0000uoc0uououyguly (U |=a
[l e e R R e S R T = (alia)
> > > > > > > >|> > > > > > >>>|> |5 |> =
| SNEG1506ANR-E 09113 [ ]
SNEG1205ANR-GM 08 |1.05]e .
B SNEG1506ANR-GM 09113 |e .
SNEG1205ANR-GR 08 |1.05]e .
B SNEG1506ANR-GR 09113 |e .
SNEG1907ANR-GR 1 |167|e . e
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

O Ideal machining conditions SNEG L I.C 5 d
€5 Normal machining conditions 12 05 12 12 476 | 46
Mi"ing inserts €%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBOB © SOa%e OO0 |O
M| ©GHROBE Sooee OO0 |O
K G% O S0 L
N €3 A
S @ 9 OB B
H
m o =
™ = = o B = (o O I O B L
150 nn|RR38882Q5988332 2 |2 |53
JUUU=2=2Z20000aedyddygyuyuly ) = o
DO ONDOODOXRDDODDOED@DDZ = (alya]
S>> > > > > >>>> |5 5>
l SNEG1205ANR-W 0.6 |08 L]

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

HC?® Coated cermet
HW Uncoated carbide

System code B26 Grade selection B24 Technical info B463 Cutting data B224

Bs4 v



Face mill

B High cost-benefit factor due to 16 cutting edges.
B Three-dimensional chip breaker for tough materials.

B Smooth cut due to positive and sharp cutting edge.

Insert grades
M YBD152 YBD252
PVD cvD [a)
P20-P40 P10-P30 K05-K25 K15-K35

M10-M30 M10-M30

Chip breakers

-GM

apmax

—— ONHUO8T624R-GM
16 cutting edges

3D cutting edges

Bs5



Indexable milling race miling

Face milling

FMA12 Kr:45° 0
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Article sk | Stock Teeth | Coupling i x
@D @D, od L Ap max @ @
FMA12-063-A22-ON08-05 ] 63 78 22 50 5 5 A 0.6
FMA12-080-A27-ON08-06 [s] 80 95 27 50 5 6 A 0.97
FMA12-100-B32-ON08-07 ] 100 115 32 50 5 7 B 1.28
FMA12-100-B32-ON08-07C * L] 100 115 32 50 5 7 B 1.28
FMA12-125-B40-ON08-08 ] 125 140 40 63 5 8 B 259
; ONHUO8TE
FMA12-125-B40-ON08-08C E L] 125 140 40 63 5 8 B 259
FMA12-160-C40-ON08-10 . 160 175 40 63 5 10 C 41
FMA12-200-C60-ON08-12 L] 200 215 60 63 5 12 C 5.68
FMA12-250-C60-ON08-14 o] 250 265 60 63 5 14 C 11.9
FMA12-315-D60-ON08-18 o 315 330 60 80 5 18 D 204
® Ex stock © On demand
% With internal cooling
Spare parts
Insert ONHUO08T6
@D 63-315
. 160M5%13
v Screw (insert) (6.7 Nm)
)i Wrench (insert) WT20IT “I]a
System code B26 Grade selection B24 Technical info B463 Cutting data B224



racemiling INdexable milling

O Ideal machining conditions ONHU L 1.C S d
€ Normal machining conditions 087T6 | 638 | 20.2 | 6.3 5.3
Milling inserts &% Unfavourable machining conditions
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
i P [BHB&80E © DOBRE QO (O
- M| 8008 sooee O [0
K Bk O 1@) o
SRR od)
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = ==
) ONHU08T624R-GM 24 . [s] [s]
&
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info .+ B463 Cutting data B224
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FMDO02*

Face mill

Smooth-cutting inserts due to trough-shaped chip breaker.
Chamfer with wiper for best surface quality.

Wide selection of inserts with 6 different chip breakers.

Milling body available in wide, normal and close pitch (wedge
clamping).

Insert grades

YBC302 YBM253 YBD152 YBD252
cvD cvD cvD cvD

P15-P35 P10-P40 K05-K25 K15-K35

Chip breakers

-CF -CM -CR -PF -PM -PR

« Castiron machining + Steel
67° apmax =5mm 67° apmax = 7.5mm
- 5mm 7,5mm

» Entry angle Kr =67° = Screw clamping

» Wedge clamping + Wiper

Bs9



Indexable milling race miling

Face milling

FMDO02 Kr:67° o
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&

\

‘S,

&

’

H

Milling

N

Drilling

O

Technical
Information

Index

B60

Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R|L| @D @D, od L Ap max .
FMDO02-050-A22-PN11-04 e O 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-04C * o 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-05 ] 50 60.1 22 50 5 5 A 0.6
FMDO02-050-A22-PN11-05C ES 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 731 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C * o 63 731 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 . 63 731 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C ¥ ooe 63 731 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 L] 80 90.1 27 50 5 8 A 1.2
FMDO02-080-A27-PN11-08C e 80 90.1 27 50 5 8 A 1.2
FMDO02-100-B32-PN11-07 . 100 1101 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C ® o 100 1101 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-10 . 100 1101 32 50 5 10 B 1.9
FMDO02-100-B32-PN11-10C * o 100 1101 32 50 5 10 B 1.9 PNEG1105
FMDO02-125-B40-PN11-08 e 125 1351 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 1351 40 63 5 12 B 32
FMDO02-125-B40-PN11-12C * o 125 135.1 40 63 5 12 B 32
FMDO02-160-B40-PN11-10 L] 160 1701 40 63 5 10 B 56
FMDO02-160-B40-PN11-14 ® O 160 1701 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o 200 2101 60 63 5 12 C 79
FMDO02-200-C60-PN11-16 . 200 2101 60 63 5 16 C 85
FMDO02-200-C60-PN11-20 o 200 2101 60 63 5 20 C 85
FMDO02-200-C60-PN11-24 . 200 2101 60 63 5 24 C 86
FMDO02-250-C60-PN11-14 o 250 2601 60 63 5 14 C 134
FMDO02-250-C60-PN11-18 ® O 250 2601 60 63 5 18 C 18
FMDO02-250-C60-PN11-30 o 250 2601 60 63 5 30 C 135
FMDO02-315-D60-PN11-26 o o 315 3251 60 80 5 26 D 245
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<



racemiling INdexable milling

Spare parts
Insert PNEG1105
@D 50-315
y i 160M4*10 ‘ E
v Screw (insert) (3.4 Nm) @ﬂ&
Y bl o~
e €n
& | Wrench (insert) WT15IS

O Ideal machining conditions PNEG L 1.C S d
€ 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 3340 SB8 © DOBRHE QO (O
M| ©&B3BE BoGas OO (O
K Gk O &0 o
N 8 €3 9%
S & 9 OBHEH
H
m ™~ ™ ~ oo =
~N o= — = = — o — -
150 bs apooommmﬂmggmoo-—OQmﬂ 0 ——
OB SSS08o0R000000E [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
e = ==
PNEG110512L-CF 1.6 [s]
. PNEG110512R-CF 16]|5 .
PNEG110512L-CM 1.6
. PNEG110512R-CM 16]|5 .
PNEG110512L-CR 16]|5
. PNEG110512R-CR 16]|5
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

O Ideal machining conditions PNEG L 1.C 5 d
A €5 Normal machining conditions 11 05 7.5 |[15.875| 556 | 4.64
Milling inserts €%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P |SBRBBE & SaBEe OO0 O
E M| ©B&HO0BE BB OO0 O
-
= K B4 O S0 &
N & &89
S & 4 OB8D
H
m ™~ ™ =
o o= = 5 = ™ [T I I " O B ' —
B 150 bs [ams| R R HQBLQOERCEETRRQD |2 55
UUUZ=2Z220000o00yuuyuyuyg 9 = ™
oo @D@ @D = (ala]
> > > > > > > > > > > > > > > > |>>
PNEG110512L-PF 16| 75 |o
Q PNEG110512R-PF 16| 75 |o s}
on
£
§ PNEG110512L-PM 16| 75 |o o
Q PNEG110512R-PM 16| 75
PNEG110512L-PR 16| 75 |o L]
PNEG110512R-PR 16| 75
C ® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(=)]
£
=
()]
[ =
™ O
=
£E
FR=
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
Be2 ‘



racemiling INdexable milling

Face milling

FMDO02 Kr:67° 0

%] ]]

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R|L @D @D, od L Ap max .
FMDO02-080-A27-PN11-10 L[] 80 90.1 27 50 5 10 A 1.3
FMDO02-100-B32-PN11-14 e O 100 1101 32 50 5 14 B 16
FMDO02-125-B40-PN11-18 L[] 125 135.1 40 63 5 18 B 32 PNEG1105
FMDO02-160-B40-PN11-22 [ ] 160 170.1 40 63 5 22 B 58
FMD02-200-C60-PN11-28 o o 200 2101 60 63 5 28 C 85
® Ex stock © On demand
* With internal cooling
Spare parts
Insert PNEG1105
@D 80-200
DM6&*20A
@' Screw (wedge) (7.0 Nm)
< Wedge W18N
> Wrench WT1SIT
(wedge)
System code > B2 Grade selection .~ B24 Technical info .+ B463 Cutting data B224
e
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Indexable milling race miling

O Ideal machining conditions PNEG L 1.C s d
€5 Normal machining conditions 11 05 54 |[15.875| 5.56 | 4.64
Milling inserts &%  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BBHCBHE & Gohaed OO0 O
M| SROOH SoGee OO0 O
K 8% O @) L
N 8 D
S & CBBB
H
m ™~ ™ o~ sl sy =
o — — in in oy [=] oy oy
IS0 bs | |22 40LRCSIRII~ILQ2 |2 |55
w03 S==S00002083338303|8 | |28
g T e e e R I R R ] = 0o
S -
PNEG110512L-CF 16| 5 s}
. PNEG110512R-CF 16| 5 .
PNEG110512L-CM 16| 5 s}
. PNEG110512R-CM 16| 5
PNEG110512L-CR 16| 5 [s]
' PNEG110512R-CR 16| 5
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
O Ideal machining conditions PNEG L 1.C 5 d
€3 Normal machining conditions 11 05 7.5 |[15.875| 556 | 4.64
Mi"ing inserts €% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRBBE & BBBHEE OO O
M| ©B&RO0aEHR LB OO0 O
K B O 80 &
N 8 o
S CE (@XXERLR
H
m ~ 0~ =
] = e r e = ™ (T B I B 5" O ] e
150 bs |am 3@ oM@ Q2R RGN R@TGA @ |5
UUU=Z=Z00vuavguuuuul (O -—8
ceogroogeeeaeeeage £ 20
PNEG110512L-PF 16| 75 |o
Q PNEG110512R-PF 16| 75 |o s}
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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racemiling INdexable milling

O Ideal machining conditions PNEG L 1.C 5 d
€ Normal machining conditions 11 05 7.5 |[15.875| 5.56 | 4.64
Milling inserts &  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [B3B%BDB%E B SBBHe OO0 |0
M| B3G5 SBaasa OO0 |0
K @4 O 80 LA
N 8 €3 9%
S & 43 @E L]
H
m ™~ ™ =
o = — b — ™ T I I B I I ' | —
150 bs |dmu |S RS AIBLRESRERIIRQL |2 |55
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
PNEG110512L-PM 16| 75 |o [o}
Q PNEG110512R-PM 16|75 |e .
PNEG110512L-PR 16| 75 |o [ ]
Q PNEG110512R-PR 16| 75 |o [ ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

Al

FMDO02 Kr:55° 0

Turning

,.-!-h»t"

- =
rf(gg”

L 1 T
| |
| |
ad od
C D
g
§ Stock Dimensions [mm] Inserts
Article 3 Teeth | Coupling @ )
R|L| @D od L By Ny
FMDO02-080-A27-HN09-08 (o} 80 27 50 6 8 A 1.19
FMDO02-100-B32-HN09-10 [s] 100 32 50 6 10 B 1.77
C FMDO02-125-B40-HN09-14 [s] 125 40 63 6 14 B 3.55
FMDO02-125-B40-HN09-18 [s] 125 40 63 6 18 B 3.7
FMDO02-160-B40-HN09-18 . 160 40 63 6 18 B 5.62 HNEX0905
FMDO02-160-B40-HN09-22 o] 160 40 63 6 22 B 56
= FMDO02-200-C60-HN09-22 o] 200 60 63 6 22 C 6.7
é FMDO02-250-C60-HN09-28 o o 250 60 63 6 28 C 13
E FMDO02-315-D60-HN09-44 o] 315 60 63 6 44 D 2.7
® Ex stock © On demand
% With internal cooling
D Spare parts
Insert HNEX0905
@D 80- 315
= 0
g = @' Screw (wedge) [f?ﬂ 06 Nzrg?
£ E
[W] b
2 L
IS W Wedge WI18N
) Wrench WT15IT
(wedge)
P
]
o
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224

Be6



racemiling INdexable milling

O Ideal machining conditions HMNEX L 1.C 5
€ Normal machining conditions 0905 | 9.16 |15.875| 5.56
Milling inserts &% Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 L
S LEE (@FR Ao
S
H
m ™~ o~ o~ T N B B B B | =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
[l e e R R e S R T = (alia)
> > > > > > > >>>>>> > > = ==
HNEX090512-DM 12 o o
)
HNEX090512-DR 12 . e
)
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

FMDO3 Kr:60° 0

Al

Turning
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a
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Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R|L| @D | @D, od L Bp max LO‘-II
FMDO03-100-B32-LN20-05 [s] 100 129 32 63 12 5 B 3.02
FMDO03-125-B40-LN20-06 . 125 153 40 63 12 6 B 45
FMDO03-160-C40-LN20-08 ] 160 187 40 63 12 8 C 6.9
FMDO03-160-C40-LN20-09 o 160 187 40 63 12 9 C 6.7 LNKT2007-ZR
FMDO03-200-C60-LN20-10 ] 200 227 60 70 12 10 C 105
FMDO03-250-C60-LN20-12 L] 250 276 60 70 12 12 C 134
FMDO03-315-D60-LN20-15 [o} 315 339 60 80 12 15 D 26.2
FMDO03-125-B40-LN25-05 o 125 154 40 63 16 5 B 45
FMDO03-160-C40-LN25-06 L] 160 189 40 63 16 6 C 6.9
FMDO03-200-C60-LN25-08 . 200 229 60 70 16 8 C 105
LNKT2510-ZR
FMDO03-250-C60-LN25-10 . 250 278 60 70 16 10 C 16.7
FMDO03-315-D60-LN25-12 o 315 346 60 80 16 12 D 273
FMDO03-400-D60-LN25-16 o o 400 427 60 80 16 16 D 471
® Ex stock © On demand
# With internal cooling
Spare parts
Insert LNKT2007-ZR LNKT2510-ZR
@D 100- 315 125 -400
v Screw (insert) 160M4*15 160M5*17
(3.4 Nm) (6.7 Nm)
v Screw (shim) 160M3*7 160M3.5%10.4
& Shim LLN20R-ZR LLN25R-ZR
& | Wrench (insert) WT151S
)i Wrench (insert) WT20IT
/w Wrench (shim) WTO09IS WT15IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e



racemiling INdexable milling

O  Ideal machining conditions LNKT L 5 d
€2 Normal machining conditions 20 07 20 7.94 46
Milling inserts g2 Unfavourable machining conditions 25 10 25 9,525 5.5
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
PlCHBaGha & SoBee OO |0
M| S58B4 SaGes OO |0
5 K @4 O &0 Ex]
N & 3 98
S g 4 (@FTorkse]
H
m ™~ ~ oo =
~N o= — = = — o — -
ISO wlgggeddmareegdalege |2 |ss
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
LNKT2007DN-ZR 17 [ ] L] o [ ]
Lp-] LNKT2510-ZR 18 e o .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling Frace miling

Face milling

FMEO2 Kr:75° 0

?z

”'Qﬁ

%*ﬂwx (Ol
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling
@D @D, od L Ap max Q
-——
FMEO02-050-A22-5P12-04 L] 50 54 22 40 6 4 A 03
FME02-063-A22-5P12-05 (] 63 66 22 50 6 5 A 0.6
FME02-080-A27-5P12-06 e 8 8 27 5 6 6 A 09 SPKT1204
& SPKW1204
FMEO02-100-B32-5P12-07 . 100 103 32 50 6 7 B 1.4
FMEO02-125-B40-5P12-08 L] 125 128 40 63 6 8 B 25
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert SPKT1204
SPKW1204
@D 50-125
. IBOM5*132
v Screw (insert) 67Nm)
& | Wrench (insert) WT20lS

B70

Systemcode » B26

Grade selection > B24

Technicalinfo >

B463

Cuttingdata » B224



racemiling INdexable milling

O Ideal machining conditions SPKW L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 | 556
Milling inserts g8  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BHB&80E © DOBRE QO (O
GICW i M e SaGHRE OO |0
=l q P T K & 98 O @O L]
\ " i N S B
AN are
: ¥, S LEE (@FR Ao
oo\l L\
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
SPKW1204EDFR s}
Q SPKW1204EDSR L]
L
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SPKT L 1.C S d
€2  Normal machining conditions 12 04 12.7 12.7 | 476 | 5.56
Mi"ing inserts &8  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |BSOHGOGE O SoBade OO |0
M| D056 Saoea OO |0
K @4 O S0 K
N 8 3 42
S & 4 (@FTorkse]
H
m ™~ ~ oo =
~N o= — = = — o — -
IS0 SRIIIDLR22ARI~NRLR2 [2 |58
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
aé SPKT1204EDR .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

FMEO3 Kr:75° 6

S b =y
Stock Dimensions [mm] Inserts
Article b3 Teeth | Coupling @
R Il @D ®D1 od L Ap max -

FME03-080-A27-5P12-04 o 80 84 27 50 6 4 A 1.1
FME03-100-B32-SP12-06 ° 100 104 32 50 6 6 B 19
FME03-125-B40-SP12-08 o o 125 129 40 63 6 8 B 35 SPKN1203
FME03-160-B40-SP12-10 e o 160 164 40 63 6 10 B 57 SPKR1203
FME03-200-C60-SP12-12 o o 200 203 60 63 6 12 C 82 SPEX1203
FME03-250-C60-SP12-16 o o 250 253 60 63 6 16 C 13.8
FME03-315-D60-SP12-20 o 315 318 60 70 6 20 D 235
FME03-080-A27-5P15-04 o o 80 84 27 50 8 4 A 1
FME03-100-B27-SP15-06 o 100 104 27 50 8 6 B 1.8
FME03-125-B40-SP15-08 e o 125 129 40 63 8 8 B 33 SPKN1504
FME03-160-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
FME03-250-C60-SP15-16 o o 250 253 60 63 8 16 C 13.6
FME03-315-D60-SP15-20 o o 315 318 60 70 8 20 D 23.1

® Ex stock © On demand

% With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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racemiling INdexable milling

Spare parts
SPKN1203 SPKN1203 SPKN1504
Insert SPKR1203 SPKR1203 SPKR1504
SPEX1203 SPEX1203 SPEX1504
@D 80-100 125-315 80-315
[~ 4 At LOM5*15.1 LOMS*15.1 LOMS5*15.1
screw
a Cassette (left) LSP12L LSP12L LSP15L
ﬂ Cassette (right) LSP12R LSP12R LSP15R M\
& | screw (wedge) WM8*17 WM8*22 WM8*22 N
@ Wedge (left) Wo4L Wo4L wo4L @ \
~
&7 | Wedge right WO04R WO4R WO04R y
) Wrench (loca- WT20T WT20T WT20T
tor)
) Wrench WT25T WT25T WT25T
(wedge)
O Ideal machining conditions SPKN L 1.C S
€ Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts €  Unfavourable machining conditions 1504 [15.875[15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 33483088 & SBBHE OO0 |0
S M| ©&xE308 @aasas OO0 |0
K @4 O 80 o
N @ €3 4%
S CEE OB88
H
m ™~ ™ =
o — — b — ™ T I I B I I ' | —
150 be |[bs|SR3H8RBLRESSRISIage |2 |55
UUuuUu===200uuosovuuuuuguly |lu |=a
L0 RRORE € |22
SPKN1203EDFL 1 |14 .
SPKN1203EDFR 1 |14 s} s} .
SPKN1203EDSKL 1 |14
SPKN1203EDSKR 1 |14 . e s} .
SPKN1203EDTKR 1 [14 [o}
SPKN1504EDFL 1 |14
-_—
SPKN1504EDFR 1 |14
SPKN1504EDS32PR 1 [14 o [e}
SPKN1504EDSKL 1 |14
SPKN1504EDSKR 1 |14 . .
SPKN1504EDTKR 1 |14
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

O Ideal machining conditions SPKR L 1.C 5
A €5 Normal machining conditions 12 03 12.7 127 | 3.8
Milling inserts €%  Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P |SBRBBE & SaBEe OO0 O
g M| ©B&HO0BE BB OO0 O
c 2
= K B4 O S0 &
N 8 &89
S & 4 OB8D
H
m ™~ ™ =
o o= = 5 = ™ [T I I " O B ' —
B IS0 be |bs|S228K8BLRESRSITILQL |2 |53
Uuu===Zo0cluvuoacavuuuououyly (U |=a
oo @D@ @D = (ala]
> > > > > > > > > > > > > > > > |>>
L —— SPKR1203EDL-GM 1 |14 o
\ - | SPKR1203EDR-GM 1 |14 .
> WSS | SPKR1504EDR-GM 1 |14 o o
E SPKR1203EDR 1 (14| o
-_—
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
C HW Uncoated carbide
o
£
=
O
c
™ O
g 5
£E
¥ o
(7]
=<
P
v
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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racemiling INdexable milling

Face milling

FMEO4 Kr:75° @

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @
@0 | @D, | ed L | 3pma O
FMEO04-125-B40-LN15-06 L[] 125 137 40 63 10 6 B 38
FMEO04-160-B40-LN15-08 [ ] 160 170 40 63 10 C 6.6
FME04-200-C60-LN15-10 L[] 200 208 60 70 10 10 C 9.6 LNKT1506-ZR
FME04-250-C60-LN15-12 ] 250 257 60 70 10 12 C 134
FME04-315-D60-LN15-16 o 315 328 60 80 10 16 D 252
® Ex stock © On demand
* With internal cooling
Spare parts
Insert LNKT1506-ZR
@D 125-315
. 160M4*12
v Screw (insert) (3.4 Nm)
W | Screw (shim) 160M3*7
& Shim LLN15-ZR e |
A ]

& | Wrench (insert) WT15IS
_# | wrench (shim) WT09IS
System code B26 Grade selection B24 Technicalinfo .~ B463 Cutting data B224

B75

Turning

Milling

N

Drilling

O

Technical
Information

Index



Indexable milling race miling

e
B76 “

O Ideal machining conditions LNKT L 5 d
A €5 Normal machining conditions 1506 |15.875| 6.35 4.6
illi i r nfavourable machining conditions
Milling inserts & unf ble machining cond
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= , P BBHCBHE & Gohaed OO0 O
|~
£ 0 M| seoos oooBs o0 |0
N T
= I -——@—— ad} }4+1 K o8 O B0 %
- ~4
| P N ) L)
L S S & CBBB
H
B m ™~ ™ o~ sl sy =
N = = ininin b= =] n n
1SO LW ODONNmEmSENOD‘—Olﬁm‘_ wn — —
003===00|c02d3383300|2 |[& |28
g T e e e R I R R ] = 0o
S -
L__I LNKT1506EN-ZR 14 ° oce e e o
o Y
£
§ ® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
(=)]
£
=
()]
[ =
™ O
g 5
£E
¥ o
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224



racemiling INdexable milling

Face milling

o T 5
o @ - ;

Turning

Milling

N

Drilling

O

@D :
+ !
a o= o=
‘4’ = & I|| aillh .JIJIJL.!_j-!:']r-L.!_'-_l 1
k ) R W I v N AT N
N ga il
ad '
C
Stock Dimensions [mm] Inserts
Article ok Teeth | Coupling
R|L| @D od L Ap max
—
FMP01-080-A27-TP22-04 [ 80 27 50 18 4 A 1.2
FMP01-100-B32-TP22-06 . 100 32 50 18 B 1.7
FMP01-125-B40-TP22-08 e O 125 40 63 18 B 32
FMP01-160-B40-TP22-10 e O 160 40 63 18 10 B 5.1 TPKN2204
FMP01-200-C60-TP22-12 e O 200 60 63 18 12 C 74
FMP01-250-C60-TP22-16 o o 250 60 63 18 16 C 123
FMP01-315-D60-TP22-20 o o 315 60 70 18 20 D 219
® Ex stock © On demand
*& With internal cooling
Spare parts
Insert TPKN2204 TPKN2204
@D 80-100 125-315
@ | Adiustable LOMS5*15.1 LOMS5*15.1
screw
’ Cassette (left) LTP4L1 LTP4L
’ Cassette (right) LTP4R1 LTP4R
‘» Screw (wedge) WMB*12 WMB*22
@ Wedge (left) Wo4L Wo4L
@ Wedage (right) WO04R WO04R
)s Wrench (loca- WT20T WT20T
tor)
). Wrench WT25T WT25T
(wedge)
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
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Indexable milling race miling

B78

O Ideal machining conditions TPKN L I.C 5
A €5 Normal machining conditions 22 04 22 12.7 | 4.76
Milling inserts &%  Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P BBHCBHE & Gohaed OO0 O
£ M| SROOH SoGee OO0 O
-
= K o8 O 80 &
N 8 D
S & CBBB
H
B m ™~ ™ o~ sl sy =
N = = ininin b= =] n n
IS0 be |bs|an|2 2 2 vHICEIYEISESE IS B BS
083SS208c0ad33303e |G |28
g T e e e R I R R ] = 0o
S -
TPKN2204PDFR 14 |0.7|11° [s] .
TPKN2204PDS32PR 14 |0.7|11° [s] s}
E‘ TPKN2204PDSKL 14 |0.7|11° [s]
% =" | TPKN2204PDSKR 14 [07]11° . ¢ o ee o
TPKN2204PDTKR 14 |0.7|11° .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
(=)]
£
=
()]
[ =
™ O
g 5
£E
¥ o
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o



Face milling

Indexable milling

Face milling

FMPO2 Kr:90° 0 o

7y R
~
L R TS
‘Illllald e e e
D
Dimensions [mm] Inserts
Article sle | Stock Teeth Coupling @
@D od L B max o
"
FMP02-050-A22-SE09-05 . 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C b [ ] 50 22 40 6.7 5 A 0.3
FMP02-063-A22-SE09-06 [ ] 63 22 40 6.7 6 A 0.5
FMP02-063-A22-SE09-06C b L] 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 SEETO9T3
FMP02-100-B32-SE09-10 o] 100 32 50 6.7 10 B 1.7
FMP02-100-B32-SE09-10C b o} 100 32 50 6.7 10 B 1.7
FMP02-125-B40-5SE09-12 [ ] 125 40 63 6.7 12 B 26
FMP02-125-B40-SE09-12C X o} 125 40 63 6.7 12 B 26
FMP02-050-A22-SE12-03 [s] 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 . 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-04C X L] 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 b o 50 22 40 10.8 5 A 0.2
FMP02-063-A22-SE12-04 [s] 63 22 40 10.8 4 A 0.4
FMP02-063-A22-SE12-05 . 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-05C b L] 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-06 . 63 22 40 10.8 6 A 0.4
FMP02-063-A22-SE12-06C b o} 63 22 40 10.8 6 A 0.4 SEET1203
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 x L] 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-08 . 80 27 50 10.8 8 A 0.8
FMP02-080-A27-SE12-08C 3 o] 80 27 50 10.8 8 A 0.8
FMP02-100-B32-SE12-05 [ ] 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12-07 . 100 32 50 10.8 7 B 1.2
FMP02-100-B32-SE12-10 [ ] 100 32 50 10.8 10 B 1.2
FMP02-100-B32-SE12-10C 3 o] 100 32 50 10.8 10 B 1.2
® Ex stock © On demand
*& With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Dimensions [mm] Inserts
A Article s | Stock Teeth Coupling @’
@D od L Ap max «w
——
FMP02-125-B40-SE12-06 o] 125 40 63 10.8 6 B 31
FMP02-125-B40-SE12-08 . 125 40 63 108 B 3
o
= FMP02-125-B40-SE12-08C % o] 125 40 63 10.8 8 B
=
5 FMP02-125-B40-SE12-12 L] 125 40 63 10.8 12 B 29
- FMP02-160-C40-SE12-08 L] 160 40 63 10.8 8 C 4.1
SEET1203
FMP02-160-C40-SE12-12 L] 160 40 63 108 12 C 39
FMP02-200-C60-SE12-16 [ ] 200 60 63 10.8 16 C 6.1
FMP02-250-C60-SE12-12 o] 250 60 63 108 12 C 1.1
B FMP02-250-C60-SE12-18 . 250 60 63 10.8 18 C 109
FMP02-315-D60-SE12-24 s} 315 60 63 108 24 D 216
® Ex stock © On demand
# With internal cooling
o
£
=
Spare parts
Insert SEET09T3 SEET1203 SEET1203
@D 50-125 50 63-315
v Screw (insert) 160M3*7 160M3.5%10 160M3.5%12
(1.8 Nm) (2.7 Nm) (2.7 Nm)
C P | Screw (shim) SM5*7XA
~ Shim S12BSX -
—_—
]
/w Wrench (insert) WTO09IS WT15IS WT15I5 &
o
c
= | Wrench (shim) WH35L
f—
O
QO Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
D Milling inserts €  Unfavourable machining conditions 12 03 [13308/13.308] 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P SBHbBE & DBBEe OO O
= 0 aic M| BHODB BHGHRE 00 O
(SaE= C ¥
85 I N & O
c ; <,
= N S g 42 OB8B
90° L
H
. U
™~ — — A o B | [l ' | [T I I " O B ' -y
IS0 r|2228R8BLLEe RS gRRRLe 2 |55
E JUuu===agluolrvuovuuouy (U |=a
g T e e e R I R R ] = 0o
S>> x> >>>>>>>= |5 |>>
SEET09T308PER-APF 0.8 [ ] [o 3]
«“ SEET120308PER-APF 0.8 . o o
"
P
% ® Ex stock © On demand HC' Coated carbide
= HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224

<
B80 >



racemiling INdexable milling

O Ideal machining conditions SEET L 1.C S d
€ Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
Milling inserts &  Unfavourable machining conditions 1203 |13.308(13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
== M| seoos oooss o0 [0
P o K o8 O S0 &
adl-
NIy N & € 4
N il S & @ SRR
90° L
H
50 |ess@zasgsassacsngls |8 |-
003===00lc03333a3I8 | [BR
OO OO0DO0OODDOODOOononmo|Z = oo
SE > > >>>>>>>>>>>|> |5 |=>
SEET09T308PER-APM 0.8 ° (o]
I‘ 2 SEET120308PER-APM 0.8 ° o e
—_—
SEET09T308PER-APR 0.8 ° o
‘ [ =) SEET120308PER-APR 0.8 o
_PaemdB
SEET120308-LH 0.8 o 0 °
L)
 —
SEET09T308PER-PF 0.8
<« SEET120308PER-PF 08 |e o o
—
SEET09T308PER-PM 0.8
I‘ ’ SEET120308PER-PM 08 |e o0 o0 o o [
—
SEET09T308PER-PR 0.8
“ ) SEET120308PER-PR 08 |e ss el o o
_PaemdB
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling
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Bs2

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling @
R|lL| @D od L Bp max L_Ofl
FMP03-050-A22-LN12-04C R 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 #ooe 63 22 40 7 5 A 0.5
FMP03-063-A27-LN12-05C * o 63 27 50 7 5 A 0.64
FMP03-063-A22-LN12-06C * o 63 22 40 7 6 A 0.5
FMP03-063-A27-LN12-06C e 63 27 50 7 6 A 0.65 HNKTT20608-2R
FMP03-063-A27-LN12-07C Xk o 63 27 50 7 7 A 0.64
FMP03-080-A27-LN12-06C e 80 27 50 7 6 A 1
FMP03-080-A27-LN12-07C ® o 80 27 50 7 7 A 1
FMP03-100-B32-LN12-06 o] 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 . 125 40 63 12 6 B 3.2
FMP03-160-C40-LN15-08 . 160 40 63 12 8 C 5.1
FMP03-160-C40-LN15-09 o] 160 40 63 12 9 C
FMP03-200-C60-LN15-10 . 200 60 70 12 10 C 7.5 LNKT1506EN-ZR
FMP03-250-C60-LN15-12 o] 250 60 70 12 12 C 122
FMP03-250-C60-LN15-13 [s] 250 60 70 12 13 C
FMP03-315-D60-LN15-16 [s] 315 60 80 12 16 D 237
FMP03-125-B40-LN20-06 o] 125 40 63 16 6 B 33
FMP03-160-C40-LN20-08 . 160 40 63 16 8 C 53
FMP03-160-C40-LN20-09 o] 160 40 63 16 9 C
FMP03-200-C60-LN20-10 [ ] 200 60 70 16 10 C 8.8 LNKT2007DN-ZR
FMP03-200-C60-LN20-11 [s] 200 60 70 16 11 C
FMP03-250-C60-LN20-12 [ ] 250 60 70 16 12 C 14
FMP03-315-D60-LN20-15 [s] 315 60 80 16 15 D 239
FMP03-125-B40-LN25-05 [s] 125 40 63 20 5 B 33
FMP03-160-C40-LN25-06 o o 160 40 63 20 6 C 5.1
FMP03-200-C60-LN25-08 [s] 200 60 70 20 8 C 89 LNKT2510-ZR
FMP03-250-C60-LN25-10 [ ] 250 60 70 20 10 C 12
FMP03-315-D60-LN25-12 [s] 315 60 80 20 12 D 219
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<



racemiling INdexable milling

Spare parts
Insert LNKT120608-ZR | LNKT1506EN-ZR | LNKT2007DN-ZR| LNKT2510-ZR
@D 50-100 125-315 125-315 125-315
v Serew (inséit) 160M4*12 160M4*12 160M4*15 160M5*17
(3.4 Nm) (3.4 Nm) (3.4 Nm) (6.7 Nm)
v Screw (shim) 160M3*7 160M3*7 160M3.5%10.4
é Shim LLN15-ZR LLN20R-ZR LLN25R-ZR
/’ Wrench (insert) WT15I5 WT15IS WT15IS
) Wrench (insert) WT20IT
/w Wrench (shim) WTO09IS WTO9IS WT15I5
LNKT L 5 d
12 06 12.7 6.65 4.4
@  Ideal machining conditions 1506 [15875| 635 46
€3 Normal machining conditions 20 07 20 7.94 4.6
Milling inserts % Unfavourable machining conditions 2510 25 9.525 5.5
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
, P [BO&0HB8% O SHBeEeE OO |0
oy M| BBDBBES @Baada OO0 |0
— =TT
W -———@—— ed} L1+ K 88 O B0 ©
— =
[
P N B & %
L S S e o 0BBS
H
" @]
™~ — — P B o | el | LT I I O I I ' | By —
150 w(SRe8IBLRSSRERSR 2.2 |2 |55
UUuU===200u0uovduuuygulu (U] = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
LNKT120608-ZR 12 |e [ ] ]
Lp"’l LNKT1506EN-ZR 14 o Oeee o
2 LNKT2007DN-ZR 17 [ ] .
LNKT2510-ZR 18 L] L] [ ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Face milling

Notes

Bs4



FMP12*”

Square shoulder mill

For steel, stainless steel and cast iron
Insert with six cutting edges
Two different insert sizes

Radii from 0.4-1.6 mm available

Insert grades
m m YBD152 YBD252
%) PVD cvD [a)
P20-P40 P10-P30 KO05-K25 K15-K35
M10-M30 M20-M30

Chip breaker

Bss
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Indexable milling race miling

Face milling

Dimensions [mm]

Inserts

Bse6

Article s | Stock Teeth Coupling @
@D od A max ‘
FMP12-050-A22-WNO06-05C X o] 50 22 5 A 55
FMP12-063-A22-WNO06-06C X L] 63 22 6 A 45
FMP12-080-A27-WNO06-07C 3k L] 80 27 7 A 10
FMP12-100-B32-WN06-09 L] 100 32 9 A 14 WNHU0604
FMP12-100-B32-WNO06-09C 3 L] 100 32 9 A 1.4
FMP12-125-B40-WNO06-11C sk o] 125 40 1 B 34
FMP12-160-C40-WNO06-14 o] 160 40 14 C 54
FMP12-063-A22-WNO08-04C sk L] 63 22 4 A 39
FMP12-063-A22-WN08-05C 3 L 63 22 5 A 45
FMP12-080-A27-WNO08-05C sk L] 80 27 5 A a5
FMP12-100-B32-WN08-06 L] 100 32 6 B 1.32
FMP12-100-B32-WN08-06C 3K . 100 32 6 B 1.32
FMP12-125-B40-WNO08-08C 3k o] 125 40 8 B 33 WNHU0806
FMP12-160-C40-WNO08-10 o] 160 40 10 C 52
FMP12-200-C60-WNO08-12 [¢] 200 60 12 C
FMP12-250-C60-WNO08-14 ] 250 60 14 C
FMP12-315-D60-WNO08-18 o] 315 60 18 D
® Ex stock © On demand
s With internal cooling
Spare parts
Insert WNHU0604 WNHU0806
@D 50-315 50-315
v Screw (insert) 160M3*9 160M4*10
(1.8 Nm) (3.4 Nm)
& | Wrench (insert) WT09IS
)i Wrench (insert) WT20IT
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<



racemiling INdexable milling
O  Ideal machining conditions WNHU L 1.C S d
€2 Normal machining conditions 06 04 | 573 | 9525|4704 | 35
Milling inserts g® Unfavourable machining conditions 0806 | 776 | 127 | 632 | 44
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&BDBE & SasBee OO0 |0
M| DBBDDBE SaBsa OO |0
K @24 O 80 A
N 8 D 98
S $ o 0BBS
H
- _ @]
IS0 r %émm%éé‘&ﬁ%%%ﬁﬂ 2 155
UUuU===200u0uovduuuygulu (U] = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
WNHUO060404PNR-GM 04 [o} [e} [o}
WNHUO060408PNR-GM 0.8 [ ] o O [o}
WNHUO080608PNR-GM 0.8 [o} L[] [ ]
WNHU080616PNR-GM 1.6 [o} [ Je]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

@D

od

@ |,

Dimensions [mm] Inserts
Article s | Stock Teeth Coupling @
@D aod A max ‘
FMP12-025-XP25-WN06-02C 3k (e} 25 25 2 0.38
FMP12-032-XP25-WN06-03C 3 e} 32 25 3 047
WNHU0604
FMP12-040-XP32-WNO06-04C 3k o 40 32 4 0.85
FMP12-050-XP40-WN06-05C sk o 50 40 5 1.59
® Ex stock © On demand
# With internal cooling
Spare parts
Insert WNHUO0604
@D 25-50
. 160M3x9
v Screw (insert) (18Nm)
& | Wrench (insert) WT09IS
Systemcode . B26 Grade selection .~ B24 Technicalinfo > B463 Cutting data > B224
o

Bss



racemiling INdexable milling

O Ideal machining conditions WNHU L 1.C S d
€ Normal machining conditions 06 04 | 573 | 9525|4704 | 35
Milling inserts &% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
WNHU060404PNR-GM 0.4 [s] [s] [s]
‘ WNHU060408PNR-GM 0.8 . o o [s]
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection .~ B24 Technical info .+ B463 Cuttingdata .~ B224
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Indexable milling race miling

Face milling

ed

L
Dimensions [mm] Inserts
Article sk | Stock Teeth @ a
R @D od L, L Ap max \ 1
FMRO01-025-XP20-RC10-02 o 5 25 20 30 100 5 2 0.2
FMRO01-025-XP20-RC10-02C S o} 5 25 20 30 100 5 2 0.2
RCKT10T3
FMRO01-032-XP25-RC10-02 L[] 5 3z 25 35 120 5 2 0.5
FMRO01-032-XP25-RC10-02C sk L[] 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 [ ] 6 40 32 40 120 6 3 0.7
e RCKT1204
FMRO01-040-XP32-RC12-03C b [ ] 6 40 32 40 120 6 3 0.7 RCGX1204
FMRO01-050-XP32-RC12-03 . 6 50 32 40 120 6 3 0.8
® Ex stock © On demand
# With internal cooling
Spare parts
RCKT1204
Insert RCKT10T3 RCGX1204
@D 25-32 40-50
¥ | screw (insert 160M4*8.4 I60M3.5%10 ﬁ <
(3.4 Nm) (2.7 Nm) —~
/ﬂ Wrench (insert) WT155 WT155
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<

Boo



racemiling INdexable milling

O Ideal machining conditions RCGX 1.C 5 d
€ Normal machining conditions 12 04 12 4.76 4
Milling inserts g8  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
BlC M| osoos oooss o0 [0
K @ O 1@) o
N 8 L
L S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S in b= =] in in
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = |= =
O RCGX1204MO-LH .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RCKT 1.C S d
€2  Normal machining conditions 10 T3 10 3.97 4.4
Mi"ing inserts &8  Unfavourable machining conditions 12 04 12 4.76 4
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |BSOHGOGE O SoBade OO |0
f M| ©SRB08 Saoea OO |0
N K Y G S0 %
I
~ N & %
oc s 8 o 08Be
H
m ™~ ~ oo =
~N o= — — — o = =
1SO ARgadm2geeqaRIalLye 2 55
UUU=S=SZS00vvuaoVuuuayuls (©) = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> = |= =
RCKT10T3MO-DM o o o
\of RCKT1204MO-DM o * e O o o
RCKT1204MO-DR o0 o0 o o
RCKT1204MO-ER .
RCKT1204MO-NM [ ] ] o o
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Q© Ideal machining conditions RCMW 1.C S d
€3  Normal machining conditions 12 04 12 4,76 41
Mi"il‘lg inserts €%  Unfavourable machining conditions
RN** negative insert BL (CBN) BH (CBN)
i P
70
ac {_‘#1— M
ﬁd* E K O
ap j N
s S| &
H [
IS0 Bymae| D =
o o oo
(] ]
= = >
— RCMW1204MO-PCBN 2.7 [o}
-
® Ex stock © On demand BL (CBN) CBN with a low CBN content
BH (CBN) CBN with a high CBN content
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B92



racemiling INdexable milling

Face milling

C
Dimensions [mm] Inserts
Article sl | Stock 5 - » . .. Teeth | Coupling @ °
FMR02-050-A22-RC12-05C £ [ ] 6 50 22 40 6 5 A 0.7
FMR02-052-A22-RC12-05C X . 6 52 22 40 6 5 A 0.7
FMR02-063-A22-RC12-04 ] 6 63 22 40 6 4 A 0.7 RCGX1204
FMR02-063-A22-RC12-06 [ ] 6 63 22 40 6 6 A 0.7 RCKT1204
FMR02-063-A22-RC12-06C X e 6 63 22 40 6 6 A 0.7 RCMWW1204
FMR02-080-A27-RC12-07C £ [ ] 6 80 27 50 6 7 B 0.7
FMR02-100-B32-RC12-08C sk [ ] 6 100 32 50 6 8 B 0.89
FMR02-063-A22-RC16-04 . 8 63 22 40 8 4 A 0.7
FMR02-063-A22-RC16-04C 3k o 8 63 22 40 8 4 A 0.7
FMR02-066-A27-RC16-05C S [ ] 8 66 27 50 8 4 A 0.5
FMR02-080-B27-RC16-05 . 8 80 27 50 8 5 B 0.7
FMR02-080-B27-RC16-07 [ ] 8 80 27 50 8 7 B 0.7
FMR02-100-B32-RC16-06 . 8 100 32 63 8 6 B 1.2 RCKTIe06
FMR02-100-A32-RC16-06C S o} 8 100 32 63 8 6 B 1.2
FMR02-125-B40-RC16-07 . 8 125 40 63 8 7 B 25
FMR02-160-B40-RC16-10(FB) [s] 8 160 40 63 8 10 B 3.94
FMR02-200-C60-RC16-12FB [ ] 8 200 60 63 8 12 C 54
FMR02-080-A27-RC20-04 . 10 80 27 50 10 4 A 0.7
FMR02-080-A27-RC20-04C 3 L] 10 80 27 50 10 4 A 0.7
FMR02-100-B32-RC20-05 . 10 100 32 63 10 5 B 1.2
FMR02-100-B32-RC20-06 . 10 100 32 63 10 6 B 1.2
FMR02-100-B32-RC20-06C £ o} 10 100 32 63 10 6 B 1.2
FMRO02-125-B40-RC20-06 . 10 125 40 63 10 6 B 1.2
FMR02-125-B40-RC20-07 [ ] 10 125 40 63 10 7 B 2.2 RCKT2006
FMR02-125-B40-RC20-07C b o] 10 125 40 63 10 7 B 2.2
FMR02-160-B40-RC20-08 . 10 160 40 63 10 8 B 42
FMR02-160-B40-RC20-08C £ o 10 160 40 63 10 8 B 4.2
FMR02-250-C60-RC20-10 . 10 250 60 63 10 10 C 8.49
FMR02-250-C60-RC20-11 [s] 10 250 60 63 10 1 C 8.37
® Ex stock © On demand
= With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Spare parts
RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006
RCMW1204
@D 50-100 63-200 80-250
W | screw(insert 160M3.5*10 I60M5*13 143M6*16 L )
(2.7 Nm) (6.7 Nm) (9.1 Nm)
A& | Wrench (insert) WT15IS
)‘ Wrench (insert) WT20IT WT25IT
QO Ideal machining conditions RCGX 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4
MiIIing inserts &%  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P |ODBHDHBE O DBBEe OO O
21.C [ M| O8O0 ooose OO0 [0
| gdi"'i K D% O 80 L
N 8 OB
—
L S CC I OB8DB
H
m” v
™~ — — A o B | [l ' | [T I I " O B ' -y
150 2258082822888 588K2 |2 |55
VUU=S=SS00uvo0l0ldauul (U |=dq
g T e e e R I R R ] = 0o
> > > > > > > > > > > > > > > > |>>
RCGX1204MO-LH .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
Bo4 '



racemiling INdexable milling

O Ideal machining conditions RCKT 1.C 5 d
€ Normal machining conditions 12 04 12 4.76 -
% Unfavourable machining conditions 16 06 16 6.35 5.56
Milling inserts 2006 | 20 | 635 | 655
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 338088 © DOBRHE OO (O
. M| SRB08% SooRE OO (O
9 K 8% O €80 £
I
7 N & o8
o s 8 & LS
H
m ™~ ™ ~ oo =
™ — — b = — o Er Er
1SO ooommmgmggmoo-—c:ﬂmﬁ 0 ——
B03SS208oc0ao0dtbaole |8 |12
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = |= =
RCKT1204MO-DM o0 e e O o o
\of RCKT1606MO-DM o0 o o [
RCKT2006 MO-DM (o] o]
RCKT1204MO-DR o0 o0 o o
\ o / RCKT1606MO-DR o e o
RCKT2006MO-DR o0 o o
RCKT1204MO-ER [ ]
@ RCKT1606MO-ER .
RCKT2006MO-ER [ ]
RCKT1204MO-NM [ ] ]
@ RCKT1606MO-NM o o
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions RCMW 1.C S d
€ Normal machining conditions 12 04 12 4.76 4.1
% Unfavourable machining conditions
Milling inserts
RN** negative insert BL (CBN) BH (CBN)
i P
7°
21C nEL M
ed Tt K o
ap j N
s S| &
H [€&34F
150 A max E E 5
[=aQsa] o
¥¥ ¥
pr— RCMW1204MO-PCBN 27 o]
-
® Ex stock © On demand BL (CBN) CBN with a low CBN content
BH (CBN) CBN with a high CBN content
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race miling

Face milling

FMRO3 000&@0

Bo6

/ . 1
\ od
i . 0
al e S l
3 2 / L1
5> . L
Dimensions [mm] Inserts
Article sk | Stock Teeth
R o0 | od L L] 2pma @ =
FMRO03-016-XP16-RD08-02 (o} 4 16 16 25 100 4 2 01
FMRO03-016-XP16-RD08-02C 3 o} 4 16 16 25 100 4 2 0.1
RDKWO803
FMRO03-025-XP25-RD08-02 [ ] 4 25 25 30 100 4 2 03
FMRO03-025-XP25-RD08-02C 3 o 4 25 25 30 100 4 2 0.3
FMR03-032-XP32-RD10-02 [ ] 5 3z 32 40 120 5 2 0.7
: RDKW10T3
FMR03-032-XP32-RD10-02C Ed o] 5 32 32 40 120 5 2 0.7
FMRO03-040-XP32-RD12-03 . 6 40 32 40 120 6 3 0.7
FMRO03-040-XP32-RD12-03C x o} 6 40 32 40 120 6 3 0.7 RDKW1204
FMRO03-050-XP32-RD12-04 . 6 50 32 40 120 6 4 08
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert RDKWO0803 RDKW10T3 RDKW1204
@D 16-25 32 40-50
v Screw (insert) 160M3*7 160M4*10 160M4*10
(1.8 Nm) (3.4 Nm) (3.4 Nm)
;/ Wrench (insert) WTO9IP WT15IP WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o



racemiling INdexable milling

RDKW I.C 5 d
O Ideal machining conditions 08 03 8 3.18 3.4
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts g2 Unfavourable machining conditions 12 04 12 | 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BOB&B0BE O DOBRHE OO (O
M| ©O&BBE SooRE OO (O
K G O 1@) &%
od
N 8 5 9%
15 S & 9 OBHB&
H
m ™~ ™ ~ oo =
™ — — b = — o Er Er
IS0 2238882 eedlRaR2y2 |2 (58
O003===000c0R000000G [ |2R
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
RDKWO0803MO ] .
Q RDKW10T3MO ® 0 o o o o
v RDKW1204MO o0 LI O )
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo .~ B463 Cuttingdata . B224
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Indexable milling race miling

Face milling

FMRO3 @00&@0

o
=
=
S
=
'_
@
_— @ =
L1
L
% Dimensions [mm] Inserts
Article s | Stock Teeth
R @D od Jcz L Ap max L /
FMRO03-015-G16-X5-RD0702-02 o 3is 15 16 40 88 35 2
FMRO03-015-G16-X5-RD0702-02C S e} 35 15 16 40 88 35 2
C FMR03-015-G16-5-RD0702-02C S o 35 15 16 60 108 35 2 RDKWO702
FMR03-015-G20-M-RD0702-02C 5 e} 35 15 20 80 130 35 2
FMR03-015-G25-XL-RD0702-02C 5 o 35 15 25 120 176 35 2
FMR03-020-G20-X5-RD1003-02C b o 5 20 20 40 90 5 2
= FMR03-020-G20-5-RD1003-02C £ (o} 5 20 20 60 110 5 2
é FMR03-020-G25-M-RD1003-02C 5 o 5 20 25 80 136 5 2 RDKW1003
E FMR03-020-G25-L-RD1003-02C x (o} 5 20 25 100 156 5 2
FMR03-020-G25-XL-RD1003-02C B o 5 20 25 120 176 5 2
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert RDKWO0702 RDKW1003
= 6 @D 15 20
=
c ©
6 g 160M2.5%5.0 160M3.5%7.7
5 . 5%5.1 5%7.
=g W | Screw (insert (1.0Nm) (2.7 Nm)
>/ Wrench (insert) WTO7P WT15P
P
]
o
=
System code B26 Grade selection B24 Technicalinfo > B463 Cutting data > B224
o

Bos



racemiling INdexable milling

O Ideal machining conditions RDKW 1.C 5 d
€ Normal machining conditions 07 02 7 2.38 27
Milling inserts €% Unfavourable machining conditions 10 03 10 3.18 39
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
ad
N 8 €3 4%
15 S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S in = =] in in
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = ==
RDKWO0702MO-1 . .
RDKWO0702MO-2 .
0 RDKW1003MO-1 o0 LI O )
v RDKW1003MO-2 .
RDKW1003MO-3 . .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technicalinfo .~ B463 Cuttingdata . B224
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Indexable milling race miling

Face milling

o &P & O & P

P &

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling i
R @D od L Ap max @ L
FMRO04-050-A22-RD12-03 ] 6 50 22 40 6 3 A 03
RDKW1204
FMR04-063-A22-RD12-04 (] 6 63 22 50 6 4 A 05
FMR04-080-B27-RD16-05 L 8 80 27 50 8 5 B 1.2
RDKW1605
FMRO04-100-B32-RD16-06 . 8 100 32 50 8 6 B 1
FMRO04-125-B40-RD20-06 o 10 125 40 63 10 6 B 19
FMRO04-125-B40-RD20-06C 3 o] 10 125 40 63 10 6 B 19 RDKW2006
FMRO04-160-B40-RD20-07 [s] 10 160 40 63 10 7 B 3.7
® Ex stock © On demand
% With internal cooling
Spare parts
Insert RDKW1204 RDKW1605 RDKW2006
@D 50-63 80-100 125-160
’ Clamp WD-204 WD-207
v Screw (clamp) 160M4*10 160M5%13
P (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M3.5*10 160M5%13 143M6*16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
;/ Wrench (clamp) WT15IP
)ﬁ Wrench (clamp) WT20IT
<& | Wrench (insert) WT15IP
)ﬁ Wrench (insert) WT20IT WT25IT
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B1oo v



racemiling INdexable milling

RDKW I.C 5 d
@  Ideal machining conditions 12 04 12 4.76 4.4
€3 Normal machining conditions 16 05 16 5.56 5.5
Milling inserts g2 Unfavourable machining conditions 20 06 20 | 635 | 65
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BOB&B0BE O DOBRHE OO (O
M| ©O&BBE SooRE OO (O
K G O 1@) &%
od
N 8 5 9%
15 S & 9 OBHB&
H
m ™~ ™ ~ oo =
~N o= — = = — o — -
1SO ooommmgmggmoo-—c:ﬂmﬁ 0 ——
B03SS208oc0ao0dtbaole |8 |12
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > = ==
RDKW1204MO [ o0 e 0o o0 o
0 RDKW1605MO o e 0O
v RDKW2006MO o ] o
RDKW2006MO-3 .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technicalinfo .~ B463 Cuttingdata . B224
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Indexable milling race miling

Face milling

Al

Turning

Milling

Dimensions [mm] Inserts
Article sle | Stock . = o ) .. Teeth e .
FMR04-042-A16-RD1003-06 L] 5 42 16 a4 5 6
FMR04-042-A16-RD1003-06C 3 o 5 42 16 44 5 6
C FMR04-052-A22-RD1003-07 L] 5 52 22 50 5 7 RDKW1003
FMR04-052-A22-RD1003-07C * o 5 52 22 50 5 7
FMR04-042-A16-RD12T3-05 L] 6 42 16 42 6 5
FMR04-042-A16-RD12T73-05C b o 6 42 16 42 6 5
= FMR04-052-A22-RD12T3-05 L] 6 52 22 50 6 5
é FMR04-052-A22-RD12T3-05C b o 6 52 22 50 6 5
= RDKW12T3
o FMR04-066-A27-RD12T3-06 L] 6 66 27 50 6 6
FMR04-066-A27-RD12T3-06C * o 6 66 27 50 6 6
FMR04-080-A27-RD12T3-07 . 6 80 27 50 6 7
FMR04-080-A27-RD12T73-07C * o 6 80 27 50 6 7
FMR04-052-A22-RD1604-04 . 8 52 22 50 8 4
D FMR04-052-A22-RD1604-04C * o 8 52 22 50 8 4
FMR04-066-A27-RD1604-05 L] 8 66 27 50 8 5
FMR04-066-A27-RD1604-05C * o 8 66 27 50 8 5
c FMR04-080-A27-RD1604-06 L] 8 80 27 52 8 6
E _g FMR04-080-A27-RD1604-06C b o 8 80 27 52 8 6 RDKW1604
% g FMR04-100-B32-RD1604-07 L] 8 100 32 52 8 7
ﬂ qg FMR04-100-B32-RD1604-07C b o 8 100 32 52 8 7
- FMR04-125-B40-RD1604-08 . 8 125 40 52 8 8
FMR04-160-B40-RD1604-09 L] 8 160 40 52 8 9
FMR04-160-B40-RD1604-09C ® o] 8 160 40 52 8 9
® Ex stock © On demand
E % With internal cooling
3
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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racemiling INdexable milling
Spare parts
Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-160
1) Clamp WX16N
5 Clamp LOM3.5%7.1
v Serew{clamp) 160M4.5%10
P (5.0 Nm)
v Serew (insert) 160M3.5%7.7 160M3.5%7.7 160M3.5%7.7 160M4.5%10 160M4.5%10
(2.7 Nm) (2.7 Nm) (2.7 Nm) (5.0 Nm) (5.0 Nm)
>/ Wrench (clamp) WT15P
)i Wrench (clamp) WT20T
>/ Wrench (insert) WT15P WT15P WT15P
)i Wrench (insert) WT20T WT20T
RDKW I.C 5 d
@  Ideal machining conditions 10 03 10 3.18 3.9
€2 Normal machining conditions 12 T3 12 3.97 3.9
Milling inserts &  Unfavourable machining conditions 16 04 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |3@B&0aB8% & SBBHE OO0 |0
M| G588 Soasas OO0 |0
e K @ O 80 o
' - @d
N ) €3 9%
-]
15 S g 43 @R
H
m ™~ ™ =
o = — b = N o wm oo —
1SO oooﬂmmgmggmoo-—02m£ 2 — —
J03===00/00580008e03a |0 |28
Lropoorpeeeoeeage £ |22
RDKW1003MO-1 o0 LI O )
RDKW1003MO-2 .
RDKW1003MO-3 . .
RDKW12T3MO-1 o0 LI O )
Q RDKW12T3MO-2 . [s]
= RDKW12T3MO-3 [ ] [ ]
RDKW1604MO-1 ] LI O ) [
RDKW1604MO-2
RDKW1604MO-3 [sJs! [ [ o [ .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mil Ii ng Square shoulder milling

Square shoulder milling
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Turning
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ap
et i
/ QDTE_“ ____________________ L |@d
< A3 L1
L
Straight shank
Dimensions [mm] Inserts
Article sle | Stock Teeth

@D od L, L Ap max g
EMP01-012-G12-AP07-02C * [ 12 12 25 75 6.4 2 0.31
EMP01-014-G16-AP07-03C b [ 14 16 25 85 6.4 3 0.61 APKTO0702
EMP01-016-G16-AP07-04C 3 [ 16 16 30 90 6.4 4 0.75
EMP01-012-G16-AP11-01 [ 12 16 25 85 10.5 1 0.1
EMP01-016-G16-AP11-02 . 16 16 25 90 10.5 2 0.1
EMP01-016-G16-AP11-02C E o 16 16 25 90 10.5 2 0.1
EMP01-020-G20-AP11-02 . 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-02C 3 . 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-03 o 20 20 30 100 10.5 3 0.2
EMP01-020-G20-AP11-03C * . 20 20 30 100 10.5 3 0.2 APKT11T3
EMP01-025-G25-AP11-03 . 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C b 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 L] 25 25 35 115 10.5 4 0.4
EMP01-032-G32-AP11-04 . 32 32 40 125 10.5 4 0.7
EMP01-032-G32-AP11-04C b . 32 32 40 125 10.5 4 0.7
EMP01-025-G25-AP16-02 . 25 25 35 115 15.5 2 0.4
EMP01-025-G25-AP16-02C b . 25 25 35 115 15.5 2 0.4
EMP01-032-G32-AP16-03 . 32 32 40 125 15.5 3 0.7
EMP01-032-G32-AP16-03C b . 32 32 40 125 15.5 3 0.7
EMP01-040-G32-AP16-03 . 40 32 42 130 15.5 3 0.7
EMP01-040-G32-AP16-03C b L] 40 32 42 130 15.5 3 0.7 APKTTG0
EMP01-040-G32-AP16-04 . 40 32 42 130 15.5 4 0.8
EMP01-040-G32-AP16-04C b o 40 32 42 130 15.5 4 0.8

E EMP01-050-G32-AP16-05 . 50 32 45 135 15.5 5 1
EMP01-063-G32-AP16-06 . 63 32 45 135 15.5 6 1.4
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Square shoulder milling Indexable mi " ing

Spare parts
Insert APKTO702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw linsert) 160M1,8x4 160M4*8.4
(0.3 Nm) (3.4 Nm)
_ 160M2.5%6.5T '
v Screw (insert) (1.0 Nm) %_
;/ Wrench (insert) WTOsIP WTO8IP -
_ 5@
/’ Wrench (insert) WT155S
APKT L 5 d
©  Ideal machining conditions 07 02 | 426 | 238 2
& Normal machining conditions 1M T3 | 1224 | 36 2.8
Milling inserts g% Unfavourable machining conditions 16 04 [17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |[BOHBB% O S8Lee OO |0
r
M| SBDDBEB Saoea OO |0
W [N K 8% © 80 8
: L/
| N o 4
88° L S % % 093836‘3
H
N‘—.—m;;r\lm-—mommmmwm-— =
150 rwgReddR2K223RRAR2KE (2 |58
UUuUuU===200u0uouuyuuygulu (U] = o
OO OO0DO0OODDOOO0OOO0onmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
APKT11T304-ALH 04 ]65 [ ] o e
m APKT11T308-ALH 08 |65 [ ] o e
APKT160408-ALH 0.8 |]9.33 [ ] o e
APKT11T304-APF 04 |65 L]
m APKT11T308-APF 08 | 65 L]
.
APKT160408-APF 0.8 |9.33 . s} [s]
APKT070204-APM 04 16.91 . .
APKT11T304-APM 04 |65 . . .
APKT11T308-APM 08 | 65 . . .
APKT11T312-APM 12 |65 . . .
APKT11T316-APM 16 | 65 . . .
‘m APKT11T320-APM 2 |65 [ ] L[] ]
.
APKT160408-APM 0.8 |]9.33 [ ] L ]
APKT160416-APM 1.6 |9.33 [ ] L[] ]
APKT160420-APM 2 |9.33 [ ] L[] ]
APKT160424-APM 24 1933 [ ] L[] ]
APKT160430-APM 3 933 . . .
APKT11T304-LH 04 |65 . e
D APKT11T308-LH 08 | 65 . e
- . .
APKT160408-LH 0.8 |9.33 . e
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
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Indexable mil Iing Square shoulder milling

APKT L 5 d
A © Ideal machining conditions 0702 | 426 | 238 2
& Normal machining conditions 1173 | 1224 | 36 28
Milling inserts g®# Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o
£ P SBHBBHE & GoHBee OO0 O
c r
E‘ M| SROGEH SoH%e OO0 O
wl @ od] K o8] O B0 &
[ ) 1 N o o8
8g° L : 3 8 o R
H
B m ™~ ™ ] T B I s M =
o — — — = — o - -
IS0 r WSS AadmPyge2ag8aL282 |2 |55
O03===00lcoRk00obo0a [B |28
oo @D@ @D = [alal
SR> > >>>>>>> x> |5 |>>
APKT11T304-PF 04 | 65 [s] . . . .
E‘ APKT11T308-PF 0.8 | 65 o [s] .
E APKT11T312-PF 1.2 | 65 [s]
= ()
_—_— APKT11T316-PF 16 | 65 [e}
APKT160408-PF 0.8 |9.33 . o . .
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65|e ® O ] o [ ]
APKT11T308-PM 08 |65 |e @ o e 0 00 [ (N ) o
C @ APKT11T312-PM 1.2 | 65 o [o} . o
APKT11T316-PM 16 | 65 L] [o} . o
APKT160408-PM 08 |933|® e e ¢ @ @ ¢ @ [ (N ) ]
APKT160416-PM 16 |9.33|0 .
? APKT11T304-PR 04 | 65 [s] [s] o
= > APKT11T316-PR 16 | 65
O
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
c
™ O
=
£E
¥ o
(7]
=<
P
@
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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Square shoulder milling Indexable mi " ing

Square shoulder milling

ap
o
QDTE———— ———————————— {-H4=-1 |od
L1
L
Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth

@D od L, L Ap max g
EMP01-020-XP20-AP07-05C £ . 20 20 30 100 6.4 5 0.31
EMP01-025-XP25-AP07-07C S L] 25 25 35 115 6.4 7 0.61 APKT0702
EMP01-012-XP16-AP11-01 L] 12 16 25 85 10.5 1 0.1
EMP01-012-XP16-AP11-01C S o] 12 16 25 85 105 1 0.1
EMPO01-016-XP16-AP11-02 ] 16 16 25 90 10.5 2 0.1
EMP01-016-XP16-AP11-02C S o 16 16 25 90 105 2 0.1
EMP01-020-XP20-AP11-02 . 20 20 30 100 10.5 2 0.2
EMP01-020-XP20-AP11-02C * o 20 20 30 100 105 2 0.2
EMP01-020-XP20-AP11-03 . 20 20 30 100 10.5 3 0.2
EMP01-020-XP20-AP11-03C £ L] 20 20 30 100 105 3 0.2 APKTTIT3
EMP01-025-XP25-AP11-03 . 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-03C S L] 25 25 35 115 105 3 0.4
EMP01-025-XP25-AP11-04 . 25 25 35 115 10.5 4 0.4
EMP01-025-XP25-AP11-04C * o 25 25 35 115 105 4 0.4
EMP01-032-XP32-AP11-04 . 32 32 40 125 10.5 4 0.7
EMP01-032-XP32-AP11-04C S o 32 32 40 125 105 4 0.7
EMP01-025-XP25-AP16-02 . 25 25 35 115 15.5 2 0.4
EMP01-025-XP25-AP16-02C x® o 25 25 35 115 155 2 0.4
EMP01-032-XP32-AP16-03 . 32 32 40 125 15.5 3 0.7
EMP01-032-XP32-AP16-03C £ o 32 32 40 125 155 3 0.7
EMPO01-040-XP32-AP16-04 . 40 32 42 130 15.5 4 0.8 APKTIG0
EMPO01-040-XP32-AP16-04C S o 40 32 42 130 155 4 0.8
EMP01-050-XP32-AP16-05 . 50 32 45 135 15.5 5 1
EMP01-063-XP32-AP16-06 o 63 32 45 135 155 6 14
® Ex stock © On demand

* With internal cooling

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mil Iing Square shoulder milling

Spare parts
A Insert APKTO0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw {insedt) 160M1,8x4 160M4*8.4
(0.3 Nm) (34 Nm)
o ; I60M2.5*65T \
E v Screw (insert) (10Nm) ,%_
= B -
= & N\
= ;/ Wrench (insert) WTOSIP WTOSIP -
_ /W Wrench (insert) WT15S
APKT L 5 d
©  Ideal machining conditions 0702 | 426 | 2.38 2
& Normal machining conditions 1173 | 1224 | 36 2.8
o - .
f= Milling inserts €2  Unfavourable machining conditions 1604 [17.877] 576 | 44
= AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |SOHROBHE & LBBEée OO0 O
r
M| D8RO0 SaBsa OO0 O
LW ( R K S O 80 &
: U
C ( J N @ D
o L S CC (@R L
88
H
N.—‘—m;;NN-—NomNNNNN; E
o 150 rIWRReddm 2P 38R328 2 |2 |58
c Uuu===Zo00luvuoacavuuuououyly (U |=a
— g T e e e R I R R ] = [alal
= S>> x> >>> > > x> |5 |>>
f—
] APKT11T304-ALH 04 | 65 L] o e
M APKT11T308-ALH 0.8 | 65 L] o e
APKT160408-ALH 0.8 |9.33 L] o e
APKT11T304-APF 04 | 65 L]
‘m APKT11T308-APF 0.8 | 65 L]
N
D APKT160408-APF 0.8 |9.33 . [s] o
APKT070204-APM 04 6.9 . .
APKT11T304-APM 04 | 65 . . .
= APKT11T308-APM 0.8 | 65 . . .
LR APKT11T312-APM 12 | 65 B o o
= ™
_E = APKT11T316-APM 16 | 65 . . .
[W] .
(=]
ﬂ uE u APKT11T320-APM 2 | 65 . L] L]
- APKT160408-APM 0.8 |9.33 . LI L]
APKT160416-APM 16 |9.33 . L] L]
APKT160420-APM 2 1933 . L] L]
APKT160424-APM 24 933 . L] L]
E APKT160430-APM 3 1933 . . .
APKT11T304-LH 04 | 65 . e
D APKT11T308-LH 0.8 | 65 . e
- . .
APKT160408-LH 0.8 |9.33 . e
5 ® Ex stock © On demand HC' Coated carbide
-E HT  Uncoated cermet
- HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B463 Cutting data B224
e
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Square shoulder milling Indexable mi " ing

Turning

Milling

N

Drilling

O

Technical
Information

Index

APKT L 5 d
©  Ideal machining conditions 07 02 | 426 | 2.38 2
€  Normal machining conditions 11713 | 1224 | 36 2.8
Milling inserts g% Unfavourable machining conditions 16 04 [17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [3&54&888% & S8oRd OO0 (O
M| SHOGOEH Besad OO0 |O
wl B & K 8% O 60 &
N € €5 95
- L s 8 @ R
H
I8 E BB ER -
0 i3 gEsseaacera00aa0e |2 [BR
cpeprpeprafegecegz |2 [¢
APKT11T304-PF 04 |65 s} . . . .
APKT11T308-PF 08 | 65 s} s} .
@ APKT11T312-PF 12 |65 s}
_—_— APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 |9.33 ] o e ] L]
APKT160430-PF 3 |933|c
APKT11T304-PM 04 |65 ® 0 L) o ] L]
APKT11T308-PM 08 | 65 oo 0 00 L] .0 .
@ APKT11T312-PM 12 |65 o o . [s]
APKT11T316-PM 16 | 65 . o . [s]
APKT160408-PM 08 ]933|® @ o @ 0o @ o @ ] L) [
APKT160416-PM 16 |9.33|0 .
APKT11T304-PR 04 |65 [s] s} [s]
) APKT11T316-PR 16 | 65
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi I Ii ng Square shoulder milling

Square shoulder milling

Al

EMPO2 Kr:90° 0 0

Turning

!
‘5" : - / apl | 2D ,
T = =SB
5 ﬂ ; « TR g bmetctpees
H I;!d_l HHH
C
g
§ Dimensions [mm] Inserts
Article sz | Stock = i . . Teeth Coupling @ g
EMP02-032-A16-AP07-08C 3K [ 32 16 35 6.4 8 A 34
EMP02-040-A16-AP07-10C £ . 40 16 40 6.4 10 A 40 APKTO702
C EMP02-050-A22-AP07-12C S L 50 22 40 6.4 12 A 0.6
EMP02-040-A16-AP11-04C % L 40 16 40 1 4 A 0.237
EMP02-040-A16-AP11-05C x L 40 16 40 1 5 A 0177
EMP02-040-A16-AP11-06C S . 40 16 40 1 6 A 0.234
o EMP02-050-A22-AP11-06 . 50 22 40 1 6 A 0.3
é EMP02-050-A22-AP11-06C S . 50 22 40 1 6 A 0.3
E EMP02-050-A22-AP11-07C x . 50 22 40 1 7 A 0.39
EMP02-063-A22-AP11-08 L] 63 22 40 1 8 A 0.6
EMP02-063-A22-AP11-08C x . 63 22 40 1 8 A 0.6 APKT11T3
EMP02-063-A22-AP11-09C b L 63 22 40 1 9 A 0.54
EMP02-080-A27-AP11-08 [ 80 27 50 1 8 A 1.2
D EMP02-080-A27-AP11-08C S L 80 27 50 1 8 A 1.2
EMP02-080-A27-AP11-10C * [ 80 27 50 1 10 A 1.13
EMP02-100-B32-AP11-10 L] 100 32 50 1 10 B 1.7
= EMP02-100-B32-AP11-10C b =] 100 32 50 1 10 B 1.7
E g EMP02-125-B40-AP11-10 o 125 40 63 1 10 B 342
g g EMP02-040-A16-AP16-03 [s] 40 16 40 15.5 3 A 0.17
g ug EMP02-040-A16-AP16-04C * L] 40 16 40 15.5 4 A 017
- EMP02-050-A22-AP16-05 [ 50 22 40 15.5 5 A 0.3
EMP02-050-A22-AP16-05C S L 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 APKTTG0
E EMP02-080-A27-AP16-06C * o] 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 L] 80 27 50 15.5 7 A 1.1
EMP02-080-A27-AP16-07C b . 80 27 50 15.5 7 A 1.1
EMP02-100-B32-AP16-08 L] 100 32 50 15.5 8 B 1.6
E ® Ex stock © On demand
- # With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi " ing

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling @
@D od L 3p max g
EMP02-100-B32-AP16-08C B L] 100 32 50 15.5 8 B 1.6
EMP02-125-B40-AP16-06C sk [o} 125 40 63 155 6 B 3.18
EMP02-125-B40-AP16-10 [s] 125 40 63 155 10 B 32
EMP02-125-B40-AP16-10C S ] 125 40 63 155 10 B 32
EMP02-160-B40-AP16-07C £ o 160 40 63 155 7 B 43 APKT1604
EMP02-160-B40-AP16-10 o] 160 40 63 155 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 [s] 250 60 63 15.5 12 C 1.2
® Ex stock © On demand
“& With internal cooling
Spare parts
Insert APKTO702 APKT11T3 APKT1604
@D 32-50 40-125 40-250
v Screw (insert) 160M1,8x4 160M4*10
(0.3 Nm) (3.4 Nm)
. I60M2.5*6.5T
v Screw (insert) (10Nm)
¢~ | Wrench (insert) WTOSIP
/ﬁ Wrench (insert) WTO8IS WTI15IS
APKT L 5 d
(© Ideal machining conditions 07 02 | 426 | 2.38 2
€2 Normal machining conditions 1M T3 | 1224 | 36 2.8
Milling inserts g®  Unfavourable machining conditions 1604 117.877] 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BB&aHB% & SBBsae OO0 |0
r
M| SB35 SBaaaa OO0 |0
r TR [ K @8 O 80 o
(A W
J N € %
8g° L S 6 o 0B8s
H
m ™~ o~ =
o = — b — ™ T I I B I B | —
IS0 r(wl2238882R2S 8835322 [2 [ss
UVUU==S0000ae0uuouyguly (U |=a
[l e e R R S S R = (alia)
> > > > > > > > >>>>>>>>> |5 |
APKT11T304-ALH 04 |65 . . e
m APKT11T308-ALH 08 | 65 . . e
APKT160408-ALH 0.8 |9.33 . . e
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Indexable mil Iing Square shoulder milling

APKT L 5 d
A © Ideal machining conditions 0702 | 426 | 238 2
& Normal machining conditions 1173 | 1224 | 36 28
Milling inserts g®# Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P |BOOBHDHR O SORRE OO0 |O
5 M| 88008 oeo8e 0 [0
wl @ sal N K o8 O 60 &
[ y . fRas N & o8
- L 3 & & FEEE
H
B IR R RN
50 "YIBg8ss25aGeRa38350E B |28
cEcErEcglcacecgedE £ |82
APKT11T304-APF 04 | 65 .
E‘ g APKT11T308-APF 0.8 | 65 .
= APKT160408-APF 0.8 |9.33 . [s] o
= APKT070204-APM 04 6.9 . .
APKT11T304-APM 04 | 65 . . .
APKT11T308-APM 0.8 | 65 . . .
APKT11T312-APM 1.2 | 65 . . .
APKT11T316-APM 16 | 65 . . .
C g APKT11T320-APM 2 |65 . L] .
APKT160408-APM 0.8 |9.33 . L3N .
APKT160416-APM 16 |9.33 . L] .
APKT160420-APM 2 1933 . . .
E’ APKT160424-APM 24 933 . . .
% APKT160430-APM 3 1933 . . .
= APKT11T304-LH 04 | 65 .
& APKT11T308-LH 0.8 | 65 .
APKT160408-LH 0.8 |9.33 .
APKT11T304-PF 04 | 65 [s] . .
APKT11T308-PF 0.8 | 65 .
D @ APKT11T312-PF 1.2 | 65 o]
—_— APKT11T316-PF 16 | 6.5 o]
APKT160408-PF 0.8 |9.33 L o e . .
= S APKT160430-PF 3 |933|0
2 = APKT11T304-PM 04 |65|e @0 e e o e o
= g APKT11T308-PM 08 [65|e ® oo 000 . ° e ]
ﬂ E @ APKT11T312-PM 1.2 | 65 o [s] . o
APKT11T316-PM 16 | 65 . [s] . o
APKT160408-PM 08 (933 o o @ 0o 0 0 @ . ° e ]
APKT160416-PM 16 |933|0 .
APKT11T304-PR 04 | 65 [s] [s] o
E & APKT11T316-PR 16 | 65 o
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
5 HC?® Coated cermet
-E HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Square shoulder milling Indexable mi " ing

Square shoulder milling

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling |No.of inserts 1
@D e od L @ -
4
EMP03-050-A22-AP11-04 ] 50 39 22 58 4 A 16 0.5
EMP03-050-A22-AP11-04C £ e} 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 £ e} 63 39 27 58 4 A 16 0.9
APKT11T3
EMP03-080-B32-AP11-05 L] 80 39 32 63 5 B 20 1.3
EMP03-080-B32-AP11-05C x* o] 80 39 32 63 5 B 20 1.3
EMP03-100-B40-AP11-06 . 100 39 40 63 6 B 24 2
EMP03-100-B40-AP11-06C s o 100 39 40 63 6 B 24 2
® Ex stock © On demand
* With internal cooling
Spare parts
Insert APKT11T3
@D 50-100
. I60M2.5*6.5T

v Screw (insert) (10Nm)
& | Wrench (insert) WT08IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi I Ii ng Square shoulder milling

Ideal machining conditions APKT L S d
A €3 Normal machining conditions 1173 | 1224 3.6 28
Mi"il‘lg inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P BBHCBHE & Gohaed OO0 O
£ M| BHO0E SOoHdE OO0 |O
-
- [
= w| D af K o8 O 80 ®
( J s N 8 86
8g° L 3 8 o R
H
B m ™~ ™ ] T B I s M =
NS = iain b= =] n n
{e] r [IWS2Qaam2ieeaggaaadl — o o
003===00|c02d3383300|2 |[& |28
oo @D@ @D = (ala]
x> r>>r> x> i >>>>>F |5 |FF
APKT11T304-ALH 04 |65 . . e
T@ | APKT11T308-ALH 0.8 |65 a o0
[=)]
£
§ APKT11T304-APF 04 |65
m APKT11T308-APF 0.8 |65 .
—
APKT11T304-APM 04 |65 . . .
APKT11T308-APM 0.8 |65 . L] L]
m APKT11T312-APM 1.2 |65 . L] L]
e
C APKT11T316-APM 1.6 |65 . L] L]
APKT11T320-APM 2 |65 . L] L]
APKT11T304-LH 04 |65 .
D APKT11T308-LH 0.8 |65 .
o A
£
% APKT11T304-PF 04 |65 [s] . . .
()]
@ APKT11T308-PF 0.8 |65 o .
— APKT11T312-PF 1.2 |65 [s]
APKT11T316-PF 1.6 |65 [s]
APKT11T304-PM 04 |65|e ® O o o [ ]
D @ APKT11T308-PM 08 |65|e @ e e o0 e [ (N ) ]
W [ APKT11T312-PM 1.2 |65 o o e o©
APKT11T316-PM 1.6 |65 L] [o} . o
APKT11T304-PR 04 |65 o] [s] o
< @ | APKT11T316-PR 1.6 |65 o
- 5 . .
g2 —_—
c ©
= 5 -
9 5 ® Ex stock © On demand HC' Coated carbide
= e HT  Uncoated cermet
_ HC? Coated cermet
HW Uncoated carbide
=
[}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi " ing

Square shoulder milling

i =it VS VES I
< ra = o&2/e
L\ %r L1
%) LI L
< Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth | No. of inserts i
@D e od L, L @ o |
E—
EMP04-020-XP20-AP11-01 (] 20 294 20 45 120 1 0.3
EMP04-025-XP25-AP11-02 L] 25 389 25 55 130 2 8 0.4 APKTI1T3
EMP04-032-XP32-AP11-02 . 32 48.5 32 65 140 2 10 0.7
EMP04-040-XP40-AP11-02 . 40 58 40 75 150 2 14 1.3
® Ex stock © On demand
*& With internal cooling
Spare parts
Insert APKT11T3
@D 20-40
_ I6OM2.5*6.5T /\
v Screw (insert) (10Nm)
& | Wrench (insert) WTO8IS
System code B26 Grade selection B24 Technicalinfo .~ B463 Cutting data B224
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Indexable mi I Ii ng Square shoulder milling

Ideal machining conditions APKT L S d
A €3 Normal machining conditions 1173 | 1224 3.6 28
Mi"il‘lg inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P BBHCBHE & Gohaed OO0 O
£ M| BHO0E SOoHdE OO0 |O
-
- [
= w| D af K o8 O 80 ®
( J s N 8 86
8g° L 3 8 o R
H
B m ™~ ™ ] T B I s M =
NS = iain b= =] n n
{e] r [IWS2Qaam2ieeaggaaadl — o o
003===00|c02d3383300|2 |[& |28
oo @D@ @D = (ala]
x> r>>r> x> i >>>>>F |5 |FF
APKT11T304-ALH 04 |65 . . e
T@ | APKT11T308-ALH 0.8 |65 a o0
[=)]
£
§ APKT11T304-APF 04 |65
m APKT11T308-APF 0.8 |65 .
—
APKT11T304-APM 04 |65 . . .
APKT11T308-APM 0.8 |65 . L] L]
m APKT11T312-APM 1.2 |65 . L] L]
e
C APKT11T316-APM 1.6 |65 . L] L]
APKT11T320-APM 2 |65 . L] L]
APKT11T304-LH 04 |65 .
D APKT11T308-LH 0.8 |65 .
o A
£
% APKT11T304-PF 04 |65 [s] . . .
()]
@ APKT11T308-PF 0.8 |65 o .
— APKT11T312-PF 1.2 |65 [s]
APKT11T316-PF 1.6 |65 [s]
APKT11T304-PM 04 |65|e ® O o o [ ]
D @ APKT11T308-PM 08 |65|e @ e e o0 e [ (N ) ]
W [ APKT11T312-PM 1.2 |65 o o e o©
APKT11T316-PM 1.6 |65 L] [o} . o
APKT11T304-PR 04 |65 o] [s] o
< @ | APKT11T316-PR 1.6 |65 o
- 5 . .
g2 —_—
c ©
= 5 -
9 5 ® Ex stock © On demand HC' Coated carbide
= e HT  Uncoated cermet
_ HC? Coated cermet
HW Uncoated carbide
=
[}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi " ing

Square shoulder milling

b
@D = i L | od
“«f/ / L
T L
Weldon shank
Dimensions [mm] Inserts
Article s | Stock Teeth
@D e od L L ()
-

EMP05-025-XP25 [s] 25 20 25 40 130 3 0.5

; APMT1135
EMP05-025-XP25C o~ ° 25 20 25 40 130 3 0.5
EMP05-032-XP32C * (o} 32 30 32 50 140 3 0.8

: APMT1604
EMP05-040-XP32C o o 40 40 32 60 150 4 1

® Ex stock © On demand
:& With internal cooling
Spare parts
Insert APMT1135 APMT1604
@D 25 32-40
: 160M4*10
v Screw (insert) (3.4 Nm)
4
. I6OM2.5*6.5T ’

v Screw (insert) (10Nm) Q .
;/ Wrench (insert) WTO8IP WT15IP
System code B26 Grade selection B24 Technical info .+ B463 Cutting data B224
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Indexable mil Ii ng Square shoulder milling

O Ideal machining conditions APMT L 5 d
€5 Normal machining conditions 1135 | 11.25 3.5 2.8
Milling inserts &%  Unfavourable machining conditions 16 04 | 1725 | 476 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BBHCBHE & Gohaed OO0 O
M| BHO0E SOoHdE OO0 |O
-~ K 8% O @) L
' N 8 D
S & CBBB
H
m ™~ ™ ] T B I s M =
S T =88 h |
{e] r WSS aam2ileeagdagnaadl — o o
003===00|c02d3383300|2 |[& |28
oo @D@ @D = (ala]
S -
APMT1135PDR 0.8 | 6.2 o ® O o
A Q APMT160408PDER 0.8 |9.25 [s] ® O o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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EMPQ9*”

Square shoulder mill with tangential inserts

B Sharp cutting edge geometry combined with robust
tangential inserts.

B First choice for large cutting depths with high feed rates.

B Very good competitiveness.

Insert grades
Bz Wie: YBD252
%) PVD cvD
P20-P40 P10-P30 K15-K35

M10-M30 M20-M30

Chip breaker

LNO8 LN12 LN16

B119



Al

Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mil Iing Square shoulder milling

Square shoulder milling

EMP09 Kr:90° 0 0

Dimensions [mm]

Inserts

Article sk | Stock Teeth Coupling
@D od L Ap max @ M
EMP09-040-A16-LN08-05C S L] 40 16 40 8 A
EMP09-050-A22-LN08-06C ® & 50 22 40 8 6 A
LNKTO804PNR-GM
EMP09-063-A22-LN08-08C £ L] 63 22 40 8 8 A
EMP09-080-A27-LN08-10C £ o 80 27 50 8 10 A
EMP09-040-A16-LN12-04C E L] 40 16 40 11.5 4 A 0.19
EMP09-050-A22-LN12-05C £ L] 50 22 40 11.5 5 A 0.33
EMP09-063-A22-LN12-06C £ [ 63 22 40 11.5 6 A 0.53
: LNKT1206PNR-GM
EMP09-080-A27-LN12-07C ® L] 80 27 50 11.5 7 A 1.18
EMP09-100-B32-LN12-09C £ [ 100 32 50 11.5 9 B 1.62
EMP09-125-B40-LN12-11C ® L] 125 40 63 11.5 1 B 3.25
EMP09-080-A27-LN16-06C b [ 80 27 50 15 6 A
EMP09-100-B32-LN16-08C £ L] 100 32 50 15 B
; LNKT1607PNR-GM
EMP09-125-B40-LN16-10C b L] 125 40 63 15 10 B
EMP09-160-B40-LN16-12C £ L] 160 40 63 15 12 B

® Ex stock © On demand

# With internal cooling

Spare parts
Insert LNKT0804PNR-GM LNKT1206PNR-GM LNKT1607PNR-GM
@D 40-80 40-125 80-160
v Screw (clamp) 160M3*7 160M4*12 160M5*17
P (1.8 Nm) (3.4 Nm) (6.7 Nm)
/w Wrench WT10IS WT15I5 WT20IS
System code B26 Grade selection B24 Technical info B463

B120

Cutting data

B224



Square shoulder milling Indexable mi " ing

LNKT L 5
@  Ideal machining conditions 0804 | 875 | 445
€3 Normal machining conditions 1206 | 127 | 675
Milling inserts €% Unfavourable machining conditions 16 07 | 16.05 | 735
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BOB&B0BE O DOBRHE OO (O
M| B8G5E% Gohoed OO0 (O
K S8 O &0 &5
N 8 5 9%
S & 9 OBHB&
H
m ™~ o~ o~ T N B B B B | =
™ — — b = — o Er Er
15O wilrfggeddarygeeaglar’eye (2 (55
O003===000c0R000000G [ |2R
[l e e R R e S R T = (alia)
> > > > > > > >>>>>> > > > |==
LNKT080404PNR-GM 875|004 . .
?l LNKT120608PNR-GM 12.7 0.8 . . .
. LNKT160708PNR-GM 1605| 0.8 . [s] .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi"ing Square shoulder milling

Square shoulder milling

EMP09 Kr:90° 0 0

Dimensions [mm] Inserts
Article sk | Stock Teeth | Teeth | Coupling
QD e Qd L row ‘\?
EMP09-040x43-A16-LN12-02C £ o] 40 43 16 70 2 8 A 0.4
EMP09-050x43-A22-LN12-03C £ L] 50 43 22 70 3 12 A 0.64
LNKT1206PNR-GM

EMP09-063x53-A27-LN12-04C % L 63 53 27 80 4 20 A 1.31

EMP09-080x53-A27-LN12-05C £ o 80 53 27 80 5 25 A 233
® Ex stock © On demand
# With internal cooling

Spare parts
Insert LNKT1206PNR-GM
@D 40-80
v Screw (clamp) K0M4*12
(34Nm)
& | Wench WT15IS
System code B26 Grade selection .~ B24 Technicalinfo > B463 Cutting data B224
o
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Square shoulder milling Indexable mi " ing

O Ideal machining conditions LNKT L 5
€ Normal machining conditions 1206 | 127 | 6.75
Milling inserts &% Unfavourable machining conditions
HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ o~ o~ T N B B B B | =
NS S5ninnm =88 P
003===000023388003|8 [C |28
[l e e R R e S R T = (alia)
> > > > > > > >>>>>> > > = ==
! LNKT120608PNR-GM 12.7 0.8 . . .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi I Ii ng Square shoulder milling
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EMP13=”

New square shoulder mill generation

B Specially developed cutting edges for high-quality 90° square
shoulder milling.

B Extra thick inserts for better stability.
B Positive, smooth cutting geometry for reduced cutting forces.

B Polished, high-precision geometry for aluminum alloys, steel

and cast iron.
Insert grades
YBC302 m m WBG205
cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30
M10-M30 M20-M30 M20-M30
YBD152 YBD252 m
cvD cvD -
Ko5-K25 K15-K35 NO5-N25

Chip breakers

-GM -LH

A
204

Chip breaker -LH for aluminium

B125



Indexable mil Ii ng Square shoulder milling

Square shoulder milling

Al

(SN

y (€
e

Turning

ap

= 4
C
g
= Dimensions [mm] Inserts
= Article sz | Stock Teeth Coupling @ et |
@D od L Ap max ‘
EMP13-040-A16-AN11-04C 3K o 40 16 40 1.2 4 A 0.45
EMP13-050-A22-AN11-06 . 50 22 40 1.2 6 A 03
C EMP13-063-A22-AN11-06 * o 63 22 40 1.2 6 A 0.49
EMP13-063-A22-AN11-07 . 63 22 40 1.2 7 A 0.49
EMP13-080-A27-AN11-07 £ o 80 27 50 1.2 7 A 1.18
EMP13-080-A27-AN11-09 . 80 27 50 1.2 9 A 1.18 ANGX1105
= EMP13-100-B32-AN11-12 . 100 32 50 1.2 12 B 1.46
é EMP13-100-B32-AN11-12C £ o] 100 32 50 1.2 12 B 1.46
E EMP13-125-B40-AN11-14 . 125 40 63 1.2 14 B 292
EMP13-125-B40-AN11-14C * o] 125 40 63 1.2 14 B 292
EMP13-160-C40-AN11-16 . 160 40 63 1.2 16 C 43
EMP13-050-A22-AN15-04 . 50 22 40 145 4 A 0.26
EMP13-063-A22-AN15-05 . 63 22 40 145 5 A 0.53
D EMP13-080-A27-AN15-06 . 80 27 50 145 6 A 1.23
EMP13-100-B32-AN15-08 . 100 32 50 145 8 B 1.52
EMP13-100-B32-AN15-08C S o 100 32 50 145 8 B 1.52 ANGX1506
- EMP13-125-B40-AN15-10 . 125 40 63 145 10 B 3.05
E g EMP13-125-B40-AN15-10C £ o 125 40 63 145 10 B 3.05
E g EMP13-160-C40-AN15-12 . 160 40 63 145 12 C 4.46
é é EMP13-200-C60-AN15-16 s} 200 60 63 145 16 C 6.26
= ® Ex stock © On demand
# With internal cooling
E
3
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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Square shoulder milling Indexable mi " ing

Spare parts
Insert ANGX1105 ANGX1506
@D 40-160 50-200
" 160M3*9 160M4*12
“’ Screw (insert) (1.8 Nm) (3.4 Nm)
/’ Wrench (insert) WTO9IS WT15IS

O  Ideal machining conditions ANGX L S d
€2  Normal machining conditions 11 05 11.85 5.7 3.5
Mi"ing inserts &# Unfavourable machining conditions 1506 [ 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P |[BOHBB8% © S8Led OO |0
M| SBDDBE Saoea OO |0
od K S O 80 LA
N 8 3 92
S & OB88
H
N‘—.—m;ENN-—NDmNNNNNE E
IS0 W r|Radam2d22d8R~8R2812 B |55
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
ANGX110504PNR-GM 84 104 [ ] L[] o e
ANGX110508PNR-GM 84 108|e [ ] L o e
|
ﬂ ANGX150608PNR-GM 11 |08]o [ ] L[] o e
ANGX150616PNR-GM 11 |16 [ ] L[] [ ]
ANGX150620PNR-GM 11| 2 . e .
ANGX110504PNR-LH 84 |04 .
=
@ | ANGX150608PNR-LH 1 |08
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mil Iing Square shoulder milling

Square shoulder milling

|

BPmax

iR |
" 8 | :
1
i L
Weldon shank
Dimensions [mm] Inserts
Article s | Stock Teeth &
o0 | od L L | apma ﬁ
EMP13-025-XP25-AN11-02 . 25 25 32 100 1.2 2 0.31
EMP13-032-XP32-AN11-03 . 32 32 40 115 1.2 3 0.61 ANGX1105
EMP13-040-XP32-AN11-04 L] 40 32 40 125 1.2 4 0.75
EMP13-032-XP32-AN15-02 [ 32 32 40 125 1.2 2 0.66
ANGX1506
EMP13-040-XP32-AN15-03 . 40 32 40 125 1.2 3 0.76
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3*9 160M4%12
(1.8 Nm) (3.4 Nm)
/ﬂ Wrench (insert) WTO09IS WT15IS ‘
System code B26 Grade selection B24 Technical info B463 Cutting data
o
B128 '



Square shoulder milling Indexable mi " ing

O Ideal machining conditions ANGX L 5 d
€ Normal machining conditions 1105 | 11.85 | 5.7 3.5
Milling inserts &% Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
ANGX110504PNR-GM 84 |04 . . . e
ANGX110508PNR-GM 84 |08|e [ LI o
ﬂ ANGX150608PNR-GM 1 |os]o o o oo
ANGX150616PNR-GM 11 |1.6 . . .
ANGX150620PNR-GM 11| 2 . e .
ANGX110504PNR-LH 84 |04
@ | ANGX150608PNR-LH 1 |08
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mil Iing Square shoulder milling

Square shoulder milling

|

APmax
—
-]
| 8 ¥
L4
L
Straight shank
Dimensions [mm] Inserts
Article sk | Stock Teeth @ )
@D e od L, L Ap max ‘
EMP13-025-G25-AN11-02 [ ] 25 11.2 25 32 100 1.2 2 0.31
EMP13-032-G32-AN11-03 [ ] 32 11.2 32 40 115 1.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04 [ ] 40 11.2 32 40 125 1.2 4 0.75
EMP13-032-G32-AN15-02 [ ] 32 145 32 40 125 14.5 2 0.66
ANGX1506
EMP13-040-G32-AN15-03 [ ] 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) 160M3*9 160M4%12
(1.8 Nm) (3.4 Nm)
/w Wrench (insert) WTO09IS WT15IS ‘
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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Square shoulder milling Indexable mi " ing

O Ideal machining conditions ANGX L 5 d
€ Normal machining conditions 1105 | 11.85 | 5.7 3.5
Milling inserts &% Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
ANGX110504PNR-GM 84 |04 . . . e
ANGX110508PNR-GM 84 |08|e [ LI o
ﬂ ANGX150608PNR-GM 1 |os]o o o oo
ANGX150616PNR-GM 11 |1.6 . . .
ANGX150620PNR-GM 11| 2 . e .
ANGX110504PNR-LH 84 |04
@ | ANGX150608PNR-LH 1 |08
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi"ing Square shoulder milling

Square shoulder milling

Dimensions [mm] Inserts
Article sk | Stock Teeth | No.of inserts &
@D e od L E
EMP13-050x43-A22-AN11-03 L] 50 43 22 60 3 12 0.52
ANGX1105
EMP13-063x64-A27-AN11-04 [s] 63 64 27 80 4 24 1.15
EMP13-063x53-A27-AN15-03 o] 63 53 27 75 3 12 1.14
ANGX1506
EMP13-080x53-A32-AN15-04 . 80 53 32 75 4 16 1.82
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 50-63 63-80
v Screw (insert) 160M3*9 160M4*12
(1.8 Nm) (3.4 Nm)
/’ Wrench (insert) WTO09IS WT15IS
Systemcode » B26 Grade selection > B24 Technicalinfo > B463 Cuttingdata » B224
o
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Square shoulder milling Indexable mi " ing

O Ideal machining conditions ANGX L 5 d
€ Normal machining conditions 1105 | 11.85 | 5.7 3.5
Milling inserts &% Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
ANGX110504PNR-GM 84 |04 . . . e
ANGX110508PNR-GM 84 |08|e [ LI o
ﬂ ANGX150608PNR-GM 1 |os]o o o oo
ANGX150616PNR-GM 11 |1.6 . . .
ANGX150620PNR-GM 11| 2 . e .
ANGX110504PNR-LH 84 |04
@ | ANGX150608PNR-LH 1 |08
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mil Iing Square shoulder milling

Square shoulder milling

NS ==
S JL T °
L1
L
Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth | No.of inserts &
@D e od Ly L E
EMP13-032x43-XP32-AN11-02 (s} 32 43 32 48 115 2 0.61 ANGX1105
EMP13-040x43-XP32-AN11-03 s} 40 43 32 55 125 3 12 0.79
EMP13-040x40-XP32-AN15-02 o 40 40 32 55 115 2 6 0.79 ANGX1506
EMP13-050x53-XP40-AN15-02 s} 50 53 40 70 145 2 1.53
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 32-40 40-50
v Screw (insert) 160M3*9 160M4*12
(1.8 Nm) (3.4 Nm)
/ﬂ Wrench (insert) WTO09IS WT15IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
B134 .



Square shoulder milling Indexable mi " ing

O Ideal machining conditions ANGX L 5 d
€ Normal machining conditions 1105 | 11.85 | 5.7 3.5
Milling inserts &% Unfavourable machining conditions 1506 | 1543 | 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P [BHB&80E © DOBRE QO (O
M| BB BoGae OO (O
K Bk O 1@) o
N 8 €3 4%
S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
B03SS200800ad333a3le [ |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
ANGX110504PNR-GM 84 |04 . . . e
ANGX110508PNR-GM 84 |08|e [ LI o
ﬂ ANGX150608PNR-GM 1 |os]o o o oo
ANGX150616PNR-GM 11 |1.6 . . .
ANGX150620PNR-GM 11| 2 . e .
ANGX110504PNR-LH 84 |04
@ | ANGX150608PNR-LH 1 |08
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

Profile milling

BMRO1 0 0 0

——————— —-—{— ed
L
Weldon shank
Dimensions [mm] Teeth Inserts
Article sk | Stock ¥
R @D e aod L, L ZDET | SPMT - 4
UL
BMRO01-020-XP20-S [s] 10 20 20 20 50 125 2 2 03
ZDETO8T2 &
BMRO01-020-XP20-M o 10 20 20 20 75 150 2 2 03 SPMT0603
BMRO01-020-XP20-L [s] 10 20 20 20 100 200 2 2 0.4
BMR01-025-XP25-5 o 125 25 23 25 70 150 2 2 05
ZDET1103 &
BMRO01-025-XP25-M [s] 125 25 23 25 a5 175 2 2 0.6 SPMT0603
BMR01-025-XP25-L o 125 25 23 25 100 200 2 2 0.7
BMRO01-032-XP32-S o] 16 32 3 32 85 175 2 2 09
ZDET13T2 &
BMRO01-032-XP32-M o 16 32 3 32 100 200 2 2 1.1 SDMT0903
BMRO01-032-XP32-L o] 16 32 3 32 150 250 2 2 1.4
BMRO01-040-XP40-S o 20 40 41 40 85 175 3 2 14
BMRO01-040-XP40-M [s] 20 40 41 40 100 200 3 2 1.7
BMRO01-040-XP40-L o 20 40 41 40 150 250 3 2 21
ZPNT2204 &
BMRO01-050-XP40-S [s] 25 50 45 40 100 200 3 2 1.8 SPMT1204
BMRO01-050-XP40-M o 25 50 45 40 100 300 3 2 28
BMRO01-063-XP40-S o] 315 63 52 40 100 200 4 2 3
BMRO01-063-XP40-M o 315 63 52 40 100 300 4 2 35
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
*
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rrofilemiling  INd@xable milling

Spare parts
Insert ZDETO8T2 & ZDET1103 & ZDET13T2 & ZPNT2204 &
SPMT0603 SPMTO0603 SDMTO0903 SPMT1204
@D 20 25 32 40-63
v Screw (insert) 143M2.5%5.7 143M2.5%5.7 143M4*8 143M5%11
(1.0 Nm) (1.0 Nm) (3.4 Nm) (6.7 Nm) ; ﬁ ﬁ
2 i /
5/ Wrench (insert) WTO7IP WTO7IP 5 ’t&
¥
_ /fy Wrench (insert) WT1515 WT20IS e
ZDET L 1.C 5 d
08 T2 8.4 6.75 278 28
@  Ideal machining conditions 1103 | 106 | 85 318 | 28
€3 Normal machining conditions 1373 | 132 | 105 | 397 | 44
Milling inserts g2 Unfavourable machining conditions 2204 | 161 | 127 | 476 | 556
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P [BBa@3HB% & SBBBHE OO0 |0
i-—-
atr- M| ©&xE3048 @asadse O0 |0
ae ) ] K 8% O 80 &
od|}--
&@y N N o oo
RTT — S CEE Oos88
H
M — = ™~ =
150 RIS228882Q2SR8553283(2 |2 (55
UVUU==S000uuoc0uououygyuly (U |=4a
L0 RRORE € |22
T ZDET13T3CYR16-PM 16 s} s}
Qt
T ZDETO08T2CYR10 10 s}
3 ZDET1103CYR12.5 125 o]
ZDET13T3CYR16 16 o]
, ZPNT2204CY(R20) 20 o]
@9 | ZPNT2204CY(R25) 25 B
S | ZPNT2204CY(R31) 315 o
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

O Ideal machining conditions SPMT L 1.C 5 d
A €5 Normal machining conditions 0603 | 635 | 635 | 3.18 | 28
Milling inserts €%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P |SBRBBE & SaBEe OO0 O
g M| ©B&HO0BE BB OO0 O
-
= K B4 O S0 &
N & &89
S & 4 OB8D
H
m — — =
B - |pEsBEBE2EEg8gREAgE 2 o
Uuu===Zo0cluvuoacavuuuououyly (U |=a
oo @D@ @D = (ala]
> > > > > > > > > > > > > > > > |>>
SPMT060304-KT [s]
o ——
E SPMT060304 0.4 ° o
ﬁ SPMT120408 08 |0 ® O o o]
——
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
C HW Uncoated carbide
O Ideal machining conditions SDMT L 1.C 5 d
g’ €3 Normal machining conditions 09 03 | 9.525]9.525| 3.18 | 44
% Milling inserts g%  Unfavourable machining conditions
O
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
a P GBHBBE & DBBHEe OO O
— M| ©BHO0BE LeBke OO0 O
| K D% O 80 &
D : N & &8 9%
S S CEIE (@OXX IR L)
H
c
EQ M — — ] w4 oo 8
= 1SO r gaamﬂmmmSOﬂoo‘—ommm n = =
[= m M T | = & I S W I i — oo
c £ UUUS=S=S00uuacaduduuull (O |=a
o = e e e ] = oo
e > > > > > > > > > > > > > > > > |>>
= SDMT090308 0.8 )
——
® Ex stock © On demand HC' Coated carbide
E HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
P
v
o
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
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rrofilemiling  INd@xable milling

Profile milling

BMRO02 0 0 0

@D ad
R L1
I
Dimensions [mm] Inserts
Article s | Stock @
R @D od L, L -
\.-«
BMR02-012-G16-5 [ ] 6 12 16 40 110 0.1
BMR02-012-G16-M [ ] 6 12 16 50 130 0.2 ROHX1203
BMR02-012-G16-L [ ] 6 12 16 50 160 0.2
BMR02-016-G20-5 [ ] 8 16 20 45 140 03
BMR02-016-G20-M [ ] 8 16 20 65 170 0.3 ROHX1604
BMR02-016-G20-L . 8 16 20 65 200 0.4
BMR02-020-G25-5 [ ] 10 20 25 60 160 0.5
BMR02-020-G25-M . 10 20 25 80 200 0.6 ROHX2005
BMR02-020-G25-L [ ] 10 20 25 80 240 0.8
® Ex stock © On demand
*= With internal cooling
Spare parts
Insert ROHX1203 ROHX1604 ROHX2005
@D 12 16 20
. I70M4*10TT I70M5%12TT I70M5*16TT -
screw (insert) (3.4 Nm) (6.7 Nm) (6.7 Nm) ¥y
&
\ - ) -.-/

/w Wrench (insert) WT15IS WT20I5 WT20I5 :
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

B140 ANy

ROHX L 1.C 5 d
A © Ideal machining conditions 12 03 | 85 12 3 =
€5 Normal machining conditions 16 04 | 11.3 16 4 5
illingi r nfavourable machining conditions .
Milling inserts g unf bl hining cond 20 05 | 141 | 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
(=)]
£ P SBHCBHE & GoHBee OO0 O
o
E M| SROGEH SoH%e OO0 O
K G O @) g3
N 8 D
S & OBBHB
H
B m ™~ ™ o~ sl sy =
o — — — = — o - -
1SO ooommmﬂmggmoo‘—ogmﬁ w - —
083 SSS20alo0a00006E0e [ |28
g T e e e R I R R ] = 0o
S -
ROHX1203 o [ o
o (%% ) | ROHX1604 . °
% - ROHX2005 ° .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(=)]
£
=
()]
[ =
< 2
g5
£E
¥ o
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224



rrofilemiling  INd@xable milling

Profile milling

iy & & & P

ad

TR
L]

A B
Straight shank
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @ B
R @D e od L, L g
BMR03-016-G20-S [ 8 16 16 20 70 150 2 B 03
BMR03-016-G20-M L] 8 16 16 20 80 180 2 B 0.4 XPHTIG
BMR03-020-G25-S . 10 20 20 25 80 180 2 B 0.5
BMR03-020-G25-M L] 10 20 20 25 100 200 2 B 0.6
BMR03-020-G25-L [ 10 20 20 25 150 250 2 B 0.7 XPHT20
BMR03-020-G25-XL o 10 20 20 25 110 300 2 B 1
BMR03-025-G25-S [ 125 25 25 25 80 180 2 B 0.6
BMR03-025-G25-M . 125 25 25 25 100 200 2 B 0.7
BMR03-025-G25-L [s] 125 25 25 25 110 250 2 B 0.8 XPHITZS
BMR03-025-G25-XL o 125 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 L] 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 L] 16 32 32 32 120 200 2 A 1.1
BMR03-032-G32-M [ 16 32 32 32 150 250 2 A 1.4
BMR03-032-G32-L . 16 32 32 32 200 300 2 A 1.6 XPHT32
BMR03-032-G32-XL [s] 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 [s] 20 40 40 40 150 250 2 A 2 XPHT40
BMR03-040-G40-L L] 20 40 40 40 200 300 2 A 25
® Ex stock © On demand
“¥ With internal cooling

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

Spare parts
A Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
@D 16 20 25 30 32 40
ﬂ Clamp CBH5R1
o ﬁ Clamp WD-208 WD-208
L
c P I60M5*13 160M5%13 143M6*16
-
E v S [campl (6.7 Nm) (6.7 Nm) (9.1 Nm)
w Sersw (insert) 160M2.5%6.5 160M4*10 160M5*13 160M5%13 143M6*16 '
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) %
“ Screw (insert) 33
(27 Nm) ?\
B ) Wrench (clamp) WT20IT WT20IT WT25IT ’
¢~ | Wrench (insert) WT10IP g
)i Wrench (insert) WT20IT WT20IT WT25IT
= ¢~ | Wrench (insert) | WT07P
=
E A | Wrench (insert) WT155
C XPHT L 5 d
16 16 318 31
20 20 3.97 4
25 25 4.76 4.7
O Ideal machining conditions 30 30 6.35 5.8
E‘i €3  Normal machining conditions 32 32 6.35 5.8
= Mi"il‘lg inserts g%  Unfavourable machining conditions 40 40 7.94 6.8
f—
(]
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |SOROBHE & LaBHéE OO0 O
M| D068 Saosa OO0
K L% O 80 &
D N & OB
S LI OB8B
H
— = m” U
g = ™~ — — A o B | el | (T I I O B -—
= IS0 R|a|883R88282e888a8282 |2 |55
€ UUU=S=Z200uuaalduuguuuly (O |=a
i= e R | R e R e e e e R e e ] = = (ml e
o 5 === iEEE S EE S (B ==
@
= “E XPHT16R0803-GM 8 L]
XPHT20R10T3-GM 10 L]
@, XPHT25R1204-GM 125| 9 L]
XPHT30R1506-GM 15 |11 L]
XPHT32R1606-GM 16 L]
E XPHT40R2007-GM 20 .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
E HW Uncoated carbide
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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rrofilemiling  INd@xable milling

Profile milling

iy & & & P

]
@ [0 @D
R/ L1 L
- L
= L
/ A B
Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @ B
R | @ | e | od | L L g
BMRO03-016-XP20-M . 8 16 16 20 60 111 2 B 0.2 XPHT16
BMRO03-020-XP25-M . 10 20 20 25 70 127 2 B 0.3
XPHT20
BMRO03-020-XP25-L . 10 20 20 25 80 150 2 B 0.4
BMRO03-025-XP25-M . 125 25 25 25 80 137 2 B 0.4 ¥PHT25
BMRO03-025-XP25-L . 125 25 25 25 100 200 2 B 0.6
BMRO03-030-XP32-M . 15 30 30 32 100 161 2 A 0.8
XPHT30
BMRO03-030-XP32-L . 15 30 30 32 150 250 2 A 1.3
BMRO03-032-XP32-M . 16 32 32 32 100 161 2 A 0.8
XPHT32
BMRO03-032-XP32-L s} 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
BMRO03-040-XP40-L . 20 40 40 40 120 250 2 A 2
BMRO03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHTS0
BMRO03-050-XP50-L s} 25 50 50 50 150 250 2 A 31
® Ex stock © On demand
*& With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

Technical

Spare parts
A Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 16 20 25 30 32 40 50
ﬂ Clamp CBH5R1 CBH5R1
&5 a Clamp WD-208 WD-208
£
c I60M5%13 160M5*13 143M6*16 143M6*16
-
E W | Soew (damp) ©7Nm) | (67Nm) | (9.1Nm) | (9.1Nm)
w Serow finsert) 160M2.5%6.5 160M4*10 160M5%13 160M5*13 143M6*16 143M8*21 '
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) %
“' Screw (insert) . SRR
(2.7 Nm) ?\
Wrench ¢
)i WT20IT WT20IT WT25IT WT25IT /
B (clamp) :
o |wrench (insert) WT10P g
)‘ Wrench (insert) WT20IT WT20IT WT25IT WT30IT
= o |Wrench (insert)| wTo7P
=
E A |Wrench (insert) WT155
C XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 4.7
30 30 6.35 5.8
E‘) O Ideal machining conditions 32 32 6.35 5.8
= €3 Normal machining conditions 40 40 7.94 6.8
o) Milling inserts &® Unfavourable machining conditions 50 50 794 | 92
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SS#SOBH & SRR OO (O
: M| SHGHE SodBBae OO0 O
D gl K S8 O &80 L]
4 Q N & &
\ 7° S g B Os88
= H
e
-:‘-U' M o— — o~y (o B O T O I O I ' B e 8
£ 150 R|a|858888B0gEERSgacaRd |8 oo
= O0S===00c023383003|a |G 9§
= fopppoogpooepoaoage £ 8¢
- XPHT16R0803-GM 8 .
XPHT20R10T3-GM 10 ]
XPHT25R1204-GM 12.5 ]
&V | XPHT30R1506-GM 15 | 11 °
E XPHT32R1606-GM 16 ]
XPHT40R2007-GM 20 ]
XPHT50R2507-GM 25 ]
® Ex stock © On demand HC' Coated carbide
E HT  Uncoated cermet
-E HC? Coated cermet
- HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
B144 '



rrofilemiling  INd@xable milling

Profile milling

iy & & & P

wd

e
oo &2 od A 7 E%ﬁiill: 4]
R/ L1 R/ A. L1
L L
A B
Morse taper shank
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @ B
R @D e od L, L g
BMRO03-020-MT3-M o 10 20 20 18.7 70 156 2 B 0.4
BMRO03-020-MT3-L o 10 20 20 18.7 100 186 2 B 0.4 XPHI20
BMR03-025-MT3-M o] 125 25 25 235 70 156 2 B 0.4
BMR03-025-MT3-L o 125 25 25 235 100 186 2 B 0.4 XPHTZS
BMR03-030-MT4-M o 15 30 30 28.2 70 189 2 A 0.8
BMRO03-030-MT4-L o 15 30 30 28.2 120 229 2 A 1 XPHT30
BMR03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9
BMRO03-032-MT4-L L] 16 32 32 29.2 100 209 2 A 0.9 XPHT32
BMRO03-040-MT5-L o 20 40 40 36.9 90 226 2 A 1.8 XPHT40
BMRO03-050-MT5-M L] 25 50 50 46.8 100 236 2 A 22
BMRO03-050-MT5-L o] 25 50 50 46.8 150 286 2 A 29 XPHTS0
® Ex stock < On demand
* With internal cooling

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

Spare parts
A Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 20 25 30 32 40 50
Clamp CBH5R1 CBH5R1
g; Clamp WD-208 WD-208
é Sevew {champ) I60M5*13 I60M5*13 143M6*16 143M6*16
E P (6.7 Nm) (6.7 Nm) (9.1 Nm) (9.1 Nm) '
Sersw (insert) 160M4*10 I60M5*13 160M5*13 143M6*16 143M8*21 {\
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)
. I60M3.5%08TT %
Screw (insert) 3

Wrench (clamp) WT20IT WT20IT WT25IT WT25IT { /
-

Wrench (insert) WT10IP

ARARRANRKRL L

Wrench (insert) WT20IT WT20IT WT25IT WT30IT
o Wrench (insert) WT155
£
=
XPHT L 5 d
20 20 3.97 4
25 25 4.76 4.7
C 30 30 6.35 5.8
© Ideal machining conditions 32 32 6.35 5.8
€3  Normal machining conditions 40 40 7.94 6.8
Mi"il‘lg inserts g%  Unfavourable machining conditions 50 50 7.94 9.2
g XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
E P |SOHROBHE S SaBEe OO0 O
M| DD LB OO0 O
K L% O 80 &
N ) b
S CCIE OB88B
D H
N._‘_m;;r\lm-—mc,mmmmmm; E
1SO R|a|RRddolileS2dl8RaR2l = |= |55
VUU=S=SS00uvo0l0ldauul (U |=dq
oo @D@ @D = (ala]
—S > > > > > > > > > > > > > > > > |>>
S = XPHT20R10T3-GM 10 a
% £ XPHT25R1204-GM 125 .
(=]
ﬂ E & XPHT30R1506-GM 15 |11 L]
XPHT32R1606-GM 16 | 9 L]
XPHT40R2007-GM 20 L]
XPHT50R2507-GM 25 .
® Ex stock © On demand HC' Coated carbide
E HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
=
[
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
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rrofilemiling  INd@xable milling

Profile milling

iy & & & P

ed

L

Compound shank

Dimensions [mm] Inserts
Article sz | Stock Teeth B
R @D e od L L g
BMRO03-040-XPX-M o 20 40 40 50.8 170 250 2 1.3
BMRO03-040-XPX-L s} 20 40 40 50.8 220 300 2 31 XPHT40
BMRO03-040-XPX-XL (s} 20 40 40 50.8 270 350 2 35
BMRO03-050-XPX-M o] 25 50 50 50.8 170 250 2 31
BMRO03-050-XPX-L (o] 25 50 50 50.8 200 300 2 38 XPHT50
BMRO03-050-XPX-XL s} 25 50 50 50.8 270 350 2 4.4
e Ex stock © On demand
* With internal cooling
Spare parts
Insert XPHT40 XPHT50
@D 40 50
ﬂ Clamp CBH5R1 CBH5R1 '
v Screw (clamp) 143M6*16 143M6*16 %
p (9.1 Nm) (9.1 Nm)
_ 143M6*16 143M8*21 %
v Screw (insert) (9.1 Nm) (16.2 Nm) '
)“ Wrench (clamp) WT25IT WT25IT h /
)ﬁ Wrench (insert) WT25IT WT30IT
System code B26 Grade selection B24 Technicalinfo .~ B463 Cutting data B224

B147

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling rrofite miling

O Ideal machining conditions XPHT L 5 d
€5 Normal machining conditions 40 40 7.94 6.8
Milling inserts &%  Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BBHCBHE & Gohaed OO0 O
:__" M| SROOH SoGee OO0 O
i K oa o 80 %
7 Q N & o8
a® 7 S & CBBB
H
m ™~ ™ ] T B I s M =
S T =88 h |
083SS208c0ad33303e |G |28
oo @D@ @D = (ala]
> x> > >>>>>>5 x> > > |F |=>
XPHT40R2007-GM 20 .
&V | XPHT50R2507-GM 25 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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rrofilemiling  INd@xable milling

Profile milling

BMRO4 0 0 0

Straight shank

Dimensions [mm]

Inserts

Article s | Stock @ @
R @D od @d1 L, L § /
BMR04-012-G12-M [ ] 6 12 12 1 35 125 0.1
ZOHX12
BMR04-012-G12-L [ ] 6 12 12 1 45 150 0.1
BMR04-016-G16-M [ ] 8 16 16 14 40 150 0.2
ZOHX16
BMR04-016-G16-L [ ] 8 16 16 14 55 180 03
BMR04-020-G20-M . 10 20 20 18 65 180 0.4
ZOHX20
BMR04-020-G20-L [ ] 10 20 20 18 100 250 0.6
BMR04-025-G25-M . 12.5 25 25 23 70 200 0.7
ZOHX25
BMR04-025-G25-L [ ] 125 25 25 23 100 250 0.9
BMR04-030-G32-M . 15 30 32 27 80 250 1.2
ZOHX30
BMR04-030-G32-L . 15 30 32 27 110 300 1.5
BMR04-032-G32-M [ ] 16 32 32 29 80 250 14
ZOHX32
BMR04-032-G32-L . 16 32 32 29 110 300 1.7
® Ex stock © On demand
“& With internal cooling
Spare parts
Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 12 16 20 25 30 32
“, Screw (insert) I70M4*10TT | I7OM5*12TT | I70M5%16TT | I70M6*20TT | I70M8*25TT | I70MB*25TT
(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,
)i Wrench (insert) WT30IT WT30IT I
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

ZOHX 1.C 5 d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
© Ideal machining conditions 25 25 6 6
5 €5 Normal machining conditions 30 30 7 8
= Mi"il‘lg inserts €% Unfavourable machining conditions 32 32 7 8
=
-
E Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |COHOBH © GORHE OO0 |O
M| SRO0EH SaoEe OO O
K @ O S0 &
B N & XA
S s & © 08O
H
m ™~ ™ ] T B I s M =
o — — — = — o - -
o ISO RIEQAAm2geceagaaLyye |2 |ss
c UJuuyu===Z200jluvauuuuuylv (O |=o
= e R | R e R e e e e R e e ] = = (ml e
= > > > > > >>>>>>> |5 |5
= ZOHX1203-GF o
ZOHX1604-GF .
> ZOHX2005-GF 10 .
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 .
c ZOHX3207-GF 16 .
ZOHX1203-GM 6 .
ZOHX1604-GM 8 .
Py ZOHX2005-GM 10 .
= V ZOHX2506-GM 12,5 o
c
= ZOHX3007-GM 15 L]
f—
()] ZOHX3207-GM 16 L]
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
=
™ °
Sz
£ E
FR=
(]
=
<
]
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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rrofilemiling  INd@xable milling

Profile milling

BMRO4

zn[ @

|

L1

L

Straight shank

Dimensions [mm]

Inserts

Article s | Stock @ @
R @D od @d1 L, L s /
BMR04-012-G16-M [ ] 6 12 16 1 50 125 0.2
ZOHX12
BMR04-012-G16-L [ ] 6 12 16 1 70 150 0.2
BMR04-016-G20-M [ ] 8 16 20 14 60 150 03
ZOHX16
BMR04-016-G20-L [ ] 8 16 20 14 80 180 03
BMR04-020-G25-M . 10 20 25 18 75 180 0.6
ZOHX20
BMR04-020-G25-L [ ] 10 20 25 18 95 200 0.6
BMR04-025-G32-M . 12.5 25 32 23 90 200 1
ZOHX25
BMR04-025-G32-L [ ] 125 25 32 23 110 250 1.3
BMRO04-030-G40-M . 15 30 40 27 110 250 2
ZOHX30
BMR04-030-G40-L . 15 30 40 27 125 300 24
BMR04-032-G40-M [ ] 16 32 40 29 110 250 2
ZOHX32
BMR04-032-G40-L . 16 32 40 29 125 300 24
® Ex stock © On demand
“& With internal cooling
Spare parts
Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 12 16 20 25 30 32
“, Screw (insert) I70M4*10TT | I7OM5*12TT | I70M5%16TT | I70M6*20TT | I70M8*25TT | I70MB*25TT
(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,
)i Wrench (insert) WT30IT WT30IT I
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling rrofite miling

ZOHX 1.C 5 d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
© Ideal machining conditions 25 25 6 6
5 €5 Normal machining conditions 30 30 7 8
= Mi"il‘lg inserts €% Unfavourable machining conditions 32 32 7 8
=
-
E Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P |COHOBH © GORHE OO0 |O
M| SRO0EH SaoEe OO O
K @ O S0 &
B N & XA
S s & © 08O
H
m ™~ ™ ] T B I s M =
o — — — = — o - -
o ISO RIEQAAm2geceagaaLyye |2 |ss
c UJuuyu===Z200jluvauuuuuylv (O |=o
= e R | R e R e e e e R e e ] = = (ml e
= > > > > > >>>>>>> |5 |5
= ZOHX1203-GF o
ZOHX1604-GF .
> ZOHX2005-GF 10 .
y ZOHX2506-GF 125 o
ZOHX3007-GF 15 .
c ZOHX3207-GF 16 .
ZOHX1203-GM 6 .
ZOHX1604-GM 8 .
Py ZOHX2005-GM 10 .
= V ZOHX2506-GM 12,5 o
c
= ZOHX3007-GM 15 L]
f—
()] ZOHX3207-GM 16 L]
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
=
™ °
Sz
£ E
FR=
(]
=
<
]
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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stmiling  INdexable milling

Slot milling

L,
SMPO1 Kr:90° 0 0

5 @c
- -
N PARR é
| A K
Dimensions [mm] Inserts
Article sz | Stock . S & y . o Coupling @ L&

SMP01-100x4-K27-SN12-10 [s] 100 27 45 12 - 25 K 0.2
SMP01-125x4-K40-SN12-12 [s] 125 40 56 12 - 32 K 03 XSEQ1202
SMP01-160x4-K40-SN12-16 ® 160 40 67 12 - 44 K 0.5
SMPO01-100x5-K27-SN12-10 o 100 27 45 12 5 25 K 0.2
SMP01-125x5-K40-SN12-12 o 125 40 56 12 5 32 K 03 XSEQ1203
SMP01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 0.6
SMP01-100x7-K27-SN12-10 o 100 27 45 12 7 25 K 03
SMP01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 0.4
SMP01-160x7-K40-SN12-16 =] 160 40 67 12 7 44 K 0.8 XSEQ1204
SMP01-200x7-K50-SN12-18 o 200 50 71 12 7 62 K 1.2
SMP01-250x7-K50-SN12-24 [s] 250 50 71 12 7 87 K 1.9
SMP01-100x6-K27-SN12-10 o 100 27 45 12 6 25 K 03
SMP01-125x6-K40-SN12-12 [s] 125 40 56 12 6 32 K 0.4
SMP01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 0.7 XSEQ12T3
SMP01-200x6-K50-SN12-18 o 200 50 7 12 6 62 K 1.1
SMP01-250x6-K50-SN12-24 o 250 50 71 12 6 87 K 1.7
SMP01-100x8-K27-SN12-10 o 100 27 45 12 8 25 K 03
SMP01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 0.5
SMP01-160x8-K40-SN12-16 [s] 160 40 67 12 8 44 K 0.9 XSEQ12T4
SMP01-200x8-K50-SN12-18 o 200 50 71 12 8 62 K 14
SMP01-250x8-K50-SN12-24 [s] 250 50 71 12 8 87 K 22

® Ex stock © On demand

“¥ With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling

Slot milling
Spare parts
A Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
Q Serewilinsert 191M4*3.2X 191M4*3.2X 191M4*6.1X 191M4*5.1X 191M4*7.1X _-_-""“‘“'-.
5 (3.4Nm) (3.4Nm) (3.4Nm) (3.4 Nm) (3.4 Nm) H[ '
=t
=
-
=
'_
5/ Wrench (insert) WTO8IP WTO8IP WTO8BIP WTO8IP WTOBIP
XSEQ L 1.C 5 d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
g 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 SORGHH © SOeRE OO0 |O
M| SR80 SOBeda OO0 O
C K @& O S0 &
N €& XA
S & 9 OGHBH
H
(=)]
£ U
= N — M = — = s N e —
= 1SO ooommmﬂmggmoo‘—ogmﬂ n ——
o OO0 SS25a8lo0a0000600le [ |28
oo @D@ @D = (ala]
> x> > >>>>>>5 x> > > |F |=>
XSEQ1202 o
XSEQ1203 o] L] ]
XSEQ1204 .
D XSEQ12T3 ° . o
XSEQ12T4 .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
— = HC? Coated cermet
i = HW Uncoated carbide
=8
= 5
FR=
7]
=
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
B154 _



stmiling  INdexable milling

Slot milling

SMPO1 Kr:

- ! [ _i
5 , ad1 ac : ed |@C
] = |
A B
Dimensions [mm] Inserts
Article sz | Stock o o = y o oo Teeth | Coupling @ L&
SMP01-063x4-A22-SN12-06 [s] 63 22 32 40 - 14 6 A 0.2
SMP01-080x4-A22-SN12-08 [s] 80 22 40 40 - 18 8 A 0.4 XSEQ1202
SMP01-100x4-A27-SN12-10 [s] 100 27 48 50 - 23 10 A 0.6
SMP01-063x5-A22-SN12-06 o 63 22 32 40 5 14 6 A 0.2
SMP01-080x5-A22-SN12-08 [s] 80 22 40 40 5 18 8 A 0.4 XSEQ1203
SMP01-100x5-A27-SN12-10 o 100 27 48 50 5 23 10 A 0.7
SMP01-063x7-A22-SN12-06 o 63 22 32 40 7 14 6 A 0.2
SMP01-080x7-A22-SN12-08 o 80 22 40 40 7 18 8 A 0.5
SMPO01-100x7-A27-SN12-10 =] 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMP01-125x7-B40-SN12-12 o 125 40 72 50 7 23 12 B 1.1
SMP01-160x7-B40-SN12-16 [s] 160 40 70 60 7 4 16 B 14
SMP01-063x6-A22-SN12-06 o 63 22 32 40 6 14 6 A 0.2
SMP01-080x6-A22-SN12-08 [s] 80 22 40 40 6 18 8 A 0.5
SMP01-100x6-A27-SN12-10 o 100 27 48 50 6 23 10 A 0.7 XSEQ12T3
SMP01-125x6-B40-SN12-12 o 125 40 72 50 6 23 12 B 1
SMP01-160x6-B40-SN12-16 o 160 40 70 60 6 4 16 B 13
SMP01-063x8-A22-SN12-06 o 63 22 32 40 8 14 6 A 0.2
SMP01-080x8-A22-SN12-08 o 80 22 40 40 8 18 8 A 0.5
SMP01-100x8-A27-SN12-10 [s] 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMP01-125x8-B40-SN12-12 o 125 40 72 50 8 23 12 B 1.1
SMP01-160x8-B40-SN12-16 [s] 160 40 70 60 8 4 16 B 1.5
® Ex stock © On demand
“¥ With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling

Slot milling
Spare parts
A Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
Q Serewilinsert 191M4*3.2X 191M4*3.2X 191M4*6.1X 191M4*5.1X 191M4*7.1X :-""“‘“-.
5 (3.4Nm) (3.4Nm) (3.4Nm) (3.4 Nm) (3.4 Nm) H[ '
=t
=
-
=
'_
5/ Wrench (insert) WTO8IP WTO8IP WTO8BIP WTO8IP WTOBIP
XSEQ L 1.C 5 d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
g 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 SORGHH © SOeRE OO0 |O
M| SR80 SOBeda OO0 O
C K @& O S0 &
N €& XA
S & 9 OGHBH
H
(=)]
£ U
= N — M = — = s N e —
= 1SO ooommmﬂmggmoo‘—ogmﬂ n ——
o OO0 SS25a8lo0a0000600le [ |28
oo @D@ @D = (ala]
> x> > >>>>>>5 x> > > |F |=>
XSEQ1202 o
XSEQ12T3 . L] o
XSEQ1203 o o ]
D XSEQ1204 .
XSEQ12T4 .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
— = HC? Coated cermet
i = HW Uncoated carbide
=8
= 5
FR=
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
B1s6 _



stmiling  INdexable milling

Slot milling

P

\ '] H
A
E
. a
. 3
= |
il
—
1 =
p =i
&y
K
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @
@D od @c H a, e max a
SMP03-080x8-K27-MP06-10 [} 80 27 44 12 176 10 K 0.2
SMP03-100x8-K32-MP06-14 s} 100 32 49 12 251 14 K 0.3
MPHT0603
SMP03-100x10-K32-MP06-14 s} 100 32 49 14 10 251 14 K 0.4
SMP03-125x10-K40-MP06-16 s} 125 40 57 14 10 336 16 K 0.6
SMP03-125x12-K40-MP08-12 s} 125 40 583 16 12 326 12 K 0.7
MPHTO0803
SMP03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 s} 160 40 64.6 20 16 476 12 K 1.6
SMP03-160x18-K40-MP12-12 o 160 40 65.3 24 18 473 12 K 1.9
SMP03-160x20-K40-MP12-12 s} 160 40 65.3 26 20 473 12 K 21
MPHT1204
SMP03-200x16-K50-MP12-14 s} 200 50 746 20 16 62.6 14 K 25
SMP03-200x18-K50-MP12-14 o 200 50 753 24 18 62.3 14 K 29
SMP03-200x20-K50-MP12-14 s} 200 50 753 26 20 62.3 14 K 33
® Ex stock © On demand
*¥ With internal cooling
Spare parts
Insert MPHTO0603 MPHTO803 MPHT1204
@D 80-125 125-160 160-200
f '
. 160M2.5%6.5 160M3*7 160M5%13 (
1
v Screw (insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) . & ‘
>/ Wrench (insert) WTOZ7IP WTO9IP I | | 2y
_# | Wrench (insert WT2015 N H
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Indexable milling siot milling

MPHT L 1.C 5 d
A ©  Ideal machining conditions 0603 | 635 | 635 | 318 | 28
€3 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts €% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
(=)]
= b_ P SBHCBHE & GoHBee OO0 O
c |
5 e [ M| o8008 coe88 00 [0
Tl o K oal o B0 2
1
i N & on
= 3 & o PEEE
H
B m ™~ ™ ] T B I s M =
o — — — = — o - -
1SO r ooommmﬂmggmoo‘—ogmﬁ w - —
083 SSS20alo0a00006E0e [ |28
oo @D@ @D = (ala]
> x> > >>>>>>5 x> > > |F |=>
MPHT060304-DM 04 | e . .
E‘ u MPHT080305-DM 05 |e . .
% MPHT120408-DM 08 |e o e .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(=)]
£
=
O
[ =
< 2
g 5
£E
FR=
7]
=<
P
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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stmiling  INdexable milling

Slot milling

P

| £ >
»~ -,
L% st
A J" K " ‘)’ '
-«
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling @
@D od @c H 3, | @emax a
SMP03-080x8-A22-MP06-10 [} 80 22 45 40 8 21 10 A 0.4
SMP03-100x8-B27-MP06-14 s} 100 27 55 40 8 245 14 B 0.6
MPHT0603
SMP03-100x10-B27-MP06-14 . 100 27 55 40 10 245 14 B 0.7
SMP03-125x10-B32-MP06-16 s} 125 32 65 45 10 333 16 B 1.1
SMP03-125x12-B32-MP08-12 s} 125 32 65 45 12 33 12 B 1.4
SMP03-160x12-B40-MP08-14 o 160 40 80 50 12 44 14 B 1.9 MPHTO0803
SMP03-200x12-C40-MP08-18 s} 200 40 92 50 12 52 18 C 3.2
SMP03-125x16-B32-MP12-10 o 125 32 65 50 16 33 10 B 23
SMP03-160x16-B40-MP12-12 s} 160 40 80 60 16 45 12 B 23
SMP03-160x18-B40-MP12-12 s} 160 40 80 60 18 45 12 B 24
MPHT1204
SMP03-200x16-C40-MP12-14 o 200 40 92 50 16 52 14 C 36
SMP03-200x18-C40-MP12-14 s} 200 40 92 50 18 52 14 C 39
SMP03-200x20-C40-MP12-14 o 200 40 92 50 20 52 14 C 4.2
® Ex stock © On demand
= With internal cooling
Spare parts
Insert MPHTO0603 MPHTO803 MPHT1204
@D 80-125 125-200 125-200
. 160M2.5%6.5 160M3*7 160M5%13
v Screw (insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) ’ «]
>/ Wrench (insert) WTOZ7IP WTO9IP
& | Wrench (insert) WT20IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling siot milling

MPHT L 1.C 5 d
A ©  Ideal machining conditions 0603 | 635 | 635 | 318 | 28
€3 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts €% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
(=)]
= b_ P SBHCBHE & GoHBee OO0 O
c |
5 e [ M| o8008 coe88 00 [0
Tl o K oal o B0 2
1
i N & on
= 3 & o PEEE
H
B m ™~ ™ ] T B I s M =
o — — — = — o - -
1SO r ooommmﬂmggmoo‘—ogmﬁ w - —
083 SSS20alo0a00006E0e [ |28
oo @D@ @D = (ala]
> x> > >>>>>>5 x> > > |F |=>
MPHT060304-DM 04 | e . .
E‘ u MPHT080305-DM 05 |e . .
% MPHT120408-DM 08 |e o e .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(=)]
£
=
O
[ =
< 2
g 5
£E
FR=
7]
=<
P
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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stmiling  INdexable milling

Slot milling

P

o i - |
| /i | =1 UEE B|
b e
L1 L1
L
A
Dimensions [mm] Inserts
Article s | Stock Teeth Coupling
e @Dmin| ed L, L
SMP05-025x3.0-XP25-QC16-01 40 25 25 89 125 1 A QcieL
SMP05-039x3.0-XP25-QC16-03 23 39 25 89 125 3 B
SMP05-044x4.8-XP25-QC22-03 L 23 44 25 89 125 3 B Qc22L
® Ex stock © On demand
“¢ With internal cooling
Spare parts
Insert QcCisL QcisL Qc22L
@D 25 39 44
v S craw insert) 160M3.5%10 I60M3.5%10 160M5%13 >
(2.7 Nm) (2.7 Nm) (6.7 Nm) -

;/ Wrench (insert) WT15IP WTI15IP WT20IP &
System code B26 Grade selection B24 Technical info .+ B463 Cutting data B224
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Indexable milling siot milling

Mi"ing inserts O Ideal machining conditions QcC I.C d
A €3 Normal machining conditions 16 9.525 -—
@&  Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
i P |SBHROBHE S SBBEE OO0 O
g M| DD SBBEe OO0 O
E K S O 80 o
N 8 e
S CC OB8B
H
N-—‘—mE;NN-—NOmNNNNN‘— =
1SO SH02S [lanx[RIC|R R A m 2 Q2SS Jd a2 KE2E B2 |58
UUUZ=2Z220000o00yuuyuyuyg 9 = ™
g T e e e R I R R ] = 0o
== =l = S R E R E N E S ==
QC16L075-RO1 0.75 2 |oa [o}
QC16L095-RO1 0.95 2 |oa [o}
E‘ QC16L100-RO1 1 2 |oa [o}
% QC16L110-RO1 1.1 2 |oa ® O
QC16L120-RO1 1.2 2 |oa [o}
QC16L125-R02 1.25 2 |02 .
QC16L130-R02 13 2 |02 [s]
QC16L145-R02 1.45 2 |02 .
QC16L150-R02 1.5 2 |02 [s]
C QC16L160-R02 16 2 |02 .
QC16L165-R02 1.65 2 |02 [s]
QC16L170-R02 1.7 2 |02 [s]
QC16L175-R02 1.75 2 |02 [o}
g QC16L185-R02 1.85 | 25|02 [o}
% QC16L200-R02 2 25|02 L]
()]
QC16L210-R02 21 25|02 [o}
QC16L210-R05 21 25|05 [o}
QC16L220-R02 22 25|02 [s]
QC16L250-R02 25 25|02 .
D QC16L300-R02 3 3 (02 .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
- HW Uncoated carbide
™ °
8%
£E
¥ o
7]
=<
=
7}
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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stmiling  INdexable milling

Milling inserts

O

Ideal machining conditions

€ Normal machining conditions

% Unfavourable machining conditions

QC 1.C d

16 9.525 s

22 12.7 55

QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BOHDBHBE © GHBade OO |0
M| SO0 @oBada OO0 |0
. K D& O 80 &8
9 N € 05
i S I OBHH
H
N'—-—m;;gf‘m‘l-—momr\lNNNN; E
50 sllalRCE BTS2 NEE 2858808 |8 |2
cEcEpgegcaceegedgEe [£ |ag
QC22L100-R02 1 2 |02 [o}
QC22L125-R02 1.25 2 |02 [o}
QC22L145-R02 1.45 2 |02 [o}
QC22L150-R02 1.5 35|02 [o}
QC22L175-R02 175 | 35|02 [o}
QC22L185-R02 185 | 35|02 [s]
QC22L200-R02 2 35|02 [s]
QC22L230-R02 23 35|02 [s]
QC22L250-R03 25 4 |03 [s]
QC22L265-R03 265 4 |03 .
QC22L280-R03 28 4 |03 [s]
QC22L300-R03 3 4 |03 [s]
QC22L320-R03 3.2 4 |03 [o}
QC22L330-R03 33 4 |03 [o}
QC22L350-R03 35 5 |03 [o}
QC22L400-R04 4 5 |04 [ ]
QC22L430-R04 43 5 |04 o o
QC22L450-R04 45 5 |04 [s] [s]
QC22L480-R04 48 5 |04 [s]
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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XMRO1:"*

High-feed mill

B Wide range of inserts and grades.
B High-feed mill for high chip removal rates.
B Low cutting forces even with large projecting lengths.

Insert grades

vecao2 [ieuos [iieczos [ieczo: |
cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30

M10-M30 M20-M30

YBG302 VEEZ12 YBM351 YBD252
fa%s) PVD cvD cvD
P15-P35 Mi10-M25 P25-P40 K15-K35

Machining operations

|
& 8 4.......7:\e

Face milling  Slot milling Ramping Axial plunge milling

d.

Plunge milling Helical ramping

Chip breakers
-ZSR -PM -DM




Indexable milling +igh feed miling

High feed milling

XMRO1 Kr:15° 0 O @ 0

Turning

-
=
\o )

ﬁDb

D

ed

f -..l:.-an

L1

S type insert, Weldon shank

Milling

Dimensions [mm] Inserts
Article sk | Stock Teeth @
@D od ap ae L, L a
S
XMRO01-025-XP25-SD06-03 o 25 25 0.8 58 60 140 3 0.46 SDMTO6T2
XMRO01-025-XP25-SD09-02 o] 25 25 1.4 88 60 140 2 0.5
C XMRO01-032-XP32-SD09-03 o 32 32 1.4 8.8 70 150 3 0.8 SDMTO9T3
XMRO01-035-XP32-5D09-03 ] 35 32 1.4 88 70 150 3 0.8
XMRO01-040-XP40-SD12-03 o] 40 40 1.8 1.7 70 150 3 1.3 SDMT1204
XMRO01-040-XP40-SD15-02 [s] 40 40 22 14 70 200 2 1.6 SDMT1505
o ® Ex stock © On demand
c
= & With internal cooling
fd
(]
Spare parts
Insert SDMTO6T2 SDMTO09T3 SDMT1204 SDMT1505
D @D 20-63 25-63 32-100 40-160
b Clamp WD-204 WD-204 WD-208
v Screw (clamp) 160M4*8.4 160M4*8.4 160M5*13
P (3.4 Nm) (3.4 Nm) (6.7 Nm)
c
- 160M2.2%5.5 160M4*8.4 160M5*13
© © v i
= Screw {insert) (0.8 Nm) (3.4 Nm) (6.7 Nm)
c
= g ) I60M35*08TT
é é “‘ Screw (insert) 27Nm)
=
;/ Wrench (clamp) WT15IP WTI15IP WT20IP
;/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
x
]
o
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Highfeed miling  INl@xable milling

Turning

Milling

N

SDMT L 1.C 5 d
06 T2 6.35 6.35 258 25
@  Ideal machining conditions 09 T3 | 9525 | 9.525 | 3.97 =
€23 Normal machining conditions 1204 | 127 | 127 | 476 4.4
Milling inserts #®  Unfavourable machining conditions 1505 |15.875]15.875| 556 | 55
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BOHB0B8% O SHLBeE OO |0
uF7 M| D00k Saosa OO |0
o Bl K o8 0 80 &
h ]
= N B B
"-..._.‘-
S S & OB8B8
H
N‘—.—m;ENN-—NDmNNNNNE E
1SO r [a|RRddm 222883832812 |12 |&5
UUUZ2Z2Z20000000Uuwvwyulg 9 = o
OO OO0DO0OODDOODOOononmo|Z = oo
3> 3> > > > > > >|> > > > > > > > >|> > |=>=
SDMT06T208-DM 0.8 |15 [o} o]
a SDMT09T312-DM 1.2 |15 |e L] o L] [ ]
SDMT120412-DM 1.2 |15 |e L] [ JN]
SDMT150520-DM 2 |15 o]
SDMT06T208-PM 08 15| [ ] [ ]
a SDMT09T312-PM 1.2 |15 . .0
SDMT120412-PM 1.2 |15 . .
SDMT150520-PM 2 |15 [s] [s]
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling +igh feed miling

High feed milling

XMRO1 Kr:15° o </) @ 0

- -
-
a Y

S
Dimensions [mm] Inserts
Article sle | Stock G i N , ) Teeth | Coupling a
—_—
XMRO01-050-A22-5D06-07 o 50 22 0.8 58 40 7 A 0.36
XMRO01-063-A22-5D06-10 [¢] 63 22 0.8 5.8 40 10 A 0.53 SDMTO6T2
XMRO01-063-A27-5D06-10 o 63 27 0.8 58 50 10 A 0.57
XMRO01-040-A16-5D09-04 o 40 16 1.4 8.8 40 - A 0.182
XMRO01-050-A22-5D09-04 L] 50 22 1.4 8.8 40 - A 0.3
XMRO01-050-A22-5D09-04C £ L] 50 22 1.4 8.8 40 - A 03
XMRO01-063-A22-5D09-06 . 63 22 1.4 8.8 40 6 A 0.5
XMRO01-063-A22-5D09-06C s L] 63 22 1.4 8.8 40 6 A 05 SDMTO9T3
XMRO01-063-A27-5D09-06 o] 63 27 1.4 8.8 50 6 A 0.6
XMRO01-063-A27-5D09-06C b o 63 27 1.4 8.8 50 6 A 0.6
XMRO01-063-A22-5D09-07 L] 63 22 1.4 8.8 40 7 A 0.44
XMRO01-063-A22-5D12-05 L] 63 22 1.8 1.7 40 5 A 0.5
XMRO01-063-A22-5D12-05C S . 63 22 1.8 1.7 40 5 A 05
XMRO01-063-A27-5D12-05 L] 63 27 1.8 1.7 50 5 A 0.6
XMRO01-063-A27-5D12-05C S . 63 27 1.8 1.7 50 5 A 0.6
XMRO01-063-A22-5D12-06 L] 63 22 1.8 1.7 50 6 A 0.55
XMRO01-066-A27-5D12-05C b o] 66 27 1.8 1.7 50 5 A 0.56
XMRO01-080-A27-5D12-05 L] 80 27 1.8 1.7 63 5 A 0.9 SDMT1204
XMRO01-080-A27-5D12-05C £ . 80 27 1.8 1.7 63 5 A 09
XMRO01-080-A27-5D12-06C b L] 80 27 1.8 1.7 50 6 A 0.9
XMRO01-080-A27-5D12-07 L] 80 27 1.8 1.7 50 7 A 0.93
XMRO01-080-A27-5D12-08 L] 80 27 1.8 1.7 50 8 A 0.92
XMRO01-100-B32-SD12-06 L] 100 32 1.8 1.7 50 6 B 1.8
XMRO01-100-B32-5D12-06C S L] 100 32 1.8 1.7 50 6 B 18
XMRO01-100-B32-SD15-07 o] 100 32 2.2 14 50 7 B 1.2
XMRO01-125-B40-SD15-09 o] 125 40 22 14 63 9 B 29 SDMT1503
® Ex stock © On demand
# With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
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Highfeed miling  INl@xable milling

Spare parts
Insert SDMTO6T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160
g Clamp WD-204 WD-204 wWD-208
v Serai lclaitiog 160M4*8.4 160M4*8.4 160M5%13
p (3.4 Nm) (3.4 Nm) (6.7 Nm)
v Serew finsert) 160M2.2*5.5 160M4*8.4 160M5%13
(0.8 Nm) (3.4 Nm) (6.7 Nm)
1 3 IBOM35*08TT
" Screw (insert) 27Nm)
>/ Wrench (clamp) WT15IP WT15IP WT20IP
>/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
SDMT L 1.C 5 d
06 T2 6.35 6.35 258 25
@  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 -
€ Normal machining conditions 1204 | 127 | 127 | 476 | 44
Milling inserts g2 Unfavourable machining conditions 1505 [15.875|15.875| 556 | 5.5
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3340038 © SBBHeE OO0 |0
ux’?7 M| B384 SBaasae OO0 |0
ad! } il K @4 O 80 o
1 I
“= N 92} €3 4%
"-.._‘_‘-
S S L OB88
H
m ™~ o~ =
o = — b — ™ T I I B I I ' | —
IS0 ra|S83888LRESR8I QLKL |2 |55
UVUU==S000uuoc0uououygyuly (U |=4a
L0 RRORE € |22
SDMT06T208-DM 0.8 |15 [s] s}
a SDMTO09T312-DM 12 |15]e ] o o [
SDMT120412-DM 12 |15]e ] o ® 0O
SDMT150520-DM 2 |15 s}
SDMT06T208-PM 08 15| [ ] [ ]
a SDMT09T312-PM 1.2 |15 L] .0
SDMT120412-PM 1.2 |15 [ ] [ ]
SDMT150520-PM 2 |15 o] [s]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection .~ B24 Technical info .+ B463 Cutting data B224
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Indexable milling +igh feed miling

High feed milling

XMRO1 Kr:11°-22° 0 < @ 0

Turning

@D| ae

O

od

L1

L

W type insert, Weldon shank

Milling

N

Drilling

Dimensions [mm] Inserts
Article sl | Stock Teeth @
@D od ap ae L, L 6
—
XMRO01-020-XP20-WP05-02-M o 20 20 15 38 50 130 2 0.2
XMRO01-020-XP20-WP05-02-L o 20 20 1.5 38 100 180 2 03 WPGTO0503
XMRO01-020-XP20-WP05-02-XL o 20 20 15 38 130 250 2 0.8
XMRO1-025-XP25-WP06-02-M o 25 25 1.5 435 60 140 2 0.4
XMRO01-025-XP25-WP06-02-L o 25 25 15 435 120 200 2 0.6
XMRO01-025-XP25-WP06-02-XL o 25 25 1.5 435 180 300 2 1
XMRO01-032-XP32-WP06-03-M [] 32 32 15 435 70 150 3 0.8
WPGT0604
XMRO01-032-XP32-WP06-03-L o 32 32 1.5 435 120 200 3 1
XMRO01-032-XP32-WP06-03-XL [] 32 32 15 435 180 300 3 1.6
XMRO1-040-XP32-WP06-03-M o 40 32 1.5 435 50 150 3 0.9
XMRO1-040-XP32-WP06-03-XL o 40 32 15 435 50 300 3 1.8

® Ex stock © On demand

# With internal cooling

O

variabler Einstellwinkel (Einstellwinkel ist hier plattengréenabhangig)- lead angle:

WPGTOS insert: 16%, WPGTO06 insert: 22% WPGTOS8 insert: 11°; WPGTO09 insert: 21°

c
E g Spare parts
€ g Insert WPGT0503 WPGT0604
PR 2D 20 25-40
=<
a Clamp
v Screw (clamp)
. 160M4*8.4
E v Screw (insert) (3.4 Nm)
. I60M3.5*08TT
“‘ Screw (insert) 27 Nm)
)i Wrench (clamp)
é >/ Wrench (insert) WT10IP WT15IP
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
B170 '



Highfeed miling  INl@xable milling

WPGT I.C 5 d
(@ Ideal machining conditions 0503 | 7.94 3.5 4
€ Normal machining conditions 06 04 | 9525 | 42 4.4
Mi"il"lg inserts &8  Unfavourable machining conditions 08 06 | 1285 | 6.35 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BBHaB8 & @BBBHe OO0 |0
M| B8B83 SBaasa OO0 |0
- K o8 O 80 @
] N 2 B
o S CEE OBB8
H
M o— — ~ ™~ =
IS0 r 8258882258888 82[2 (2 |55
UUuUuU===200uuaouuuuuguly |U |=a
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >|> > > > > > >>>|> |5 |> =
WPGT050315ZSR-PM 1.5 .
@9 | WPGT060415ZSR-PM 15 |e .
S "\WpGT08061525R-PM 15 [e .
WPGT050315ZSR 15 |e
6 WPGT060415ZSR 15 |e
~— | WPGT080615ZSR 15 |e . e o
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling +igh feed miling

High feed milling

XMRO1 Kr:11°-22° 0 < @ 0

W type insert, Arbor mounting

Dimensions [mm] Inserts
Article sle | Stock G i N , ) Teeth | Coupling 6
-

XMRO01-050-A22-WP06-04 ° 50 22 1.5 4.35 50 - A 0.4
XMRO01-050-A22-WP06-04C * . 50 22 1.5 4.35 50 - A 0.4 WPGTOG04
XMRO01-050-A22-WP08-03 o] 50 22 1.5 5.66 50 3 A 0.4
XMRO01-063-A22-WP08-04 L] 63 22 1.5 5.66 50 - A 0.7
XMRO01-063-A27-WP08-04 L] 63 27 1.5 5.66 50 - A 0.7
XMRO01-063-A22-WP08-04C * L] 63 22 1.5 5.66 50 - A 0.7
XMRO01-063-A27-WP08-04C * o] 63 27 1.5 5.66 50 - A 0.7
XMRO01-080-A27-WP08-05 L] 80 27 1.5 5.66 63 5 A 1.5 WPGTO806
XMRO01-080-A27-WP08-05C * . 80 27 1.5 5.66 63 5 A 1.5
XMRO01-100-B32-WP08-06 L] 100 32 1.5 5.66 63 6 B 22
XMRO01-125-B40-WP08-07 . 125 40 1.5 5.66 63 7 B 35
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 0.7
XMRO01-080-A27-WP09-04C S o 80 27 3 6.8 63 - A 14
XMRO01-100-B32-WP09-05 [¢] 100 32 3 6.8 63 5 B 21 WPGTO0907
XMRO01-125-B40-WP09-06 o 125 40 3 6.8 63 6 B 3.7
XMRO01-160-B40-WP09-07 [¢] 160 40 3 6.8 63 7 B 6.3

® Ex stock © On demand

# With internal cooling

variabler Einstellwinkel (Einstellwinkel ist hier plattengréenabhangig)- lead angle:

WPGTOS insert: 16%, WPGTO06 insert: 22% WPGTOS8 insert: 11°; WPGTO09 insert: 21°
System code B26 Grade selection B24 Technical info B463 Cutting data B224

o

B172



Highfeed miling  INl@xable milling

Spare parts
Insert WPGT0604 WPGT0806 WPGT0907
@D 50 50-160 3-160
p Clamp WD-208 WD-208
¥ | screw (clamp) 160M5*13 160M5*13
p (6.7 Nm) (6.7 Nm)
v | screwlinsert 160M4*8.4 I60M5%13 160M5*13
(3.4 Nm) (6.7 Nm) (6.7 Nm)
/)i Wrench (clamp) WT20IT WT20IT
& | Wrench (insert) WT15IS
)“ Wrench (insert) WT20IT WT20IT

WPGT I.C 5 d
(O  Ideal machining conditions 06 04 [ 9525 | 42 44
€3 Normal machining conditions 08 06 | 12.85 | 635 5.5
Milling inserts #®  Unfavourable machining conditions 09 07 15 7 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P |[BOHBB8% O Sooas OO0 (O
M| SBDDBE Saoaa OO |0
-1 K % © 80 D
] N & %
s S CCI OB88
H
N‘—.—m;ENN-—NOmNNNNNE E
1SO r |RR2aadm 2 22dR3aR282 |2 |8
UUuuUu===200uuaouuuuuguly |U |=a
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >|> > > > > > >>>|> |5 |> =
WPGT060415ZSR-PM 15 |e [ ]
@9 | WPGT080615ZSR-PM 15 |e o
S T WpGT09072525R-PM 25 .
WPGT060415ZSR 15 |e [ ]
6 WPGT080615ZSR 15 .
~— | WPGT090725ZSR 25 .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Systemcode . B26 Grade selection B24 Technicalinfo .~ B463 Cutting data B224
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Indexable milling sore miling

Bore milling

l_..ﬁ

d (2]

ap|

L)

Dimensions [mm]

Inserts

Article sk | Stock Teeth | Coupling
@D od b a, L @
XMP01-080*18-B27-CNE1210-08 L] 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 L] 125 40 27 225 63 15 B 246
XMPO01-160%27-C40-CNE1210-18 . 160 40 27 25 63 18 C 3.7 CNE12
XMP01-200%27-C60-CNE1210-21 ] 200 60 27 315 63 21 C 5.46
XMP01-250%36-C60-CNE1210-32 L] 250 40 36 56.5 63 32 C 9.79
XMP01-315%36-D60-CNE1210-42 . 315 60 36 475 63 42 D 17.65
XMPO01-400%36-D60-CNE1210-52 L] 400 60 36 36 63 52 D 27.36
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CNE12
@D 80-400
. 160M4*12
v Screw (insert) (34Nm) :
et ‘
<~ | Wrench (insert) WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B174



poremiling INAdexable milling

O Ideal machining conditions CNE L 5 d
€ Normal machining conditions 12 128 | 6.35 4.4
Milling inserts g8  Unfavourable machining conditions
CN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
L P [BHB&80E © DOBRE QO (O
R/C
i M| osoos ooose OO |0
= P I8 K Y ©0 @
] od JHEH-
! N 8 L
N s S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
150 RCIWIR RS cdamZPgeeadggananand — oo
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
CNE121006A 04 |10 .
H
CNE121006B 06 |10 [s] .
@
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling ot milling

T-slot milling

TMPO1 Kr:90° @

L1

RN\ @D|- BeH—-—-f--—-—— EBE @D1
b l 1
z
u % L3
Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth |No. of inserts|T-slot specifi-
@D @D, od L, L, Ls cation a
TMP01-021-XP25-MP06-01 (] 2 25 10 100 32 9 1 2 12
MPHT0603
TMP01-025-XP25-MP06-01 L] 25 25 12 100 35 11 1 2 14
TMP01-032-XP32-MP08-02 L] 32 32 15 110 45 14 2 4 18 MPHTO0803
TMP01-040-XP32-MP12-02 . 40 32 19 125 55 18 2 4 22
TMP01-050-XP40-MP12-02 . 50 40 25 140 65 22 2 4 28 MPHT1204
TMP01-060-XP50-MP12-02 L] 60 50 32 160 80 28 2 6 36
® Ex stock © On demand
# With internal cooling
Spare parts
Insert MPHTO0603 MPHTO803 MPHT1204
@D 21-25 32 40-60
v Screw (insert) 160M2.5%5.5 I60M3*7 160M5*10 /
(1.0 Nm) (1.8 Nm) (6.7 Nm)
<~ | Wrench (insert) WTO7IP WTO09IP (3 P
| Wrench (insert) WT20IT \ ;
System code B26 Grade selection B24 Technical info B463 Cutting data
o
B176 _



Tsiotmiing  INdexable milling

MPHT L 1.C 5 d
@  Ideal machining conditions 0603 | 635 | 635 | 3.18 | 28
€3 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts g2 Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
b_ P [BOB&B0BE O DOBRHE OO (O
oic 5= M| s8508 o688 00 [0
o K o8 o0 80 o
1
a7 T N a Bs
L S & 9 OBHB&
H
m ™~ o~ o~ T N B B B B | =
™ — — b = — o Er Er
IS0 r IS8l R22NRRaR2482 |12 IS5
OU03===0coooRouvonnod |B 2R
[l e e R R e S R T = (alia)
S>> > > > >>|>>>>>>>>>> |5 |==
MPHT060304-DM 04 |e . .
u MPHTO080305-DM 05 |e . .
MPHT120408-DM 08 |e s} . .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling teiicai miling

Helical milling

HMPO1 Kr:90°

[ ‘ od
L
Weldon shank
— -
Dimensions [mm] Teeth Inserts
Article sk | Stock Teeth Shanktype —
@D e od L, L row APKT | SPMT g
HMP01-040x55-XP40-SP12-02 40 55 40 95 175 1 5  Weldon APKT1504 &
HMP01-050x55-XP40-5P12-04 ° 50 55 40 95 175 2 10 Weldon SPMT1204
@ Ex stock © On demand
# With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 40 50
v Screw (insert) 160M510 I60A5 S e
(6.7 Nm) (6.7 Nm) ﬁ ﬁc,_, et
) Wrench (insert) WT20T WT20T s =
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o
B178 l ' |



Helicalmiling  INdexable milling

O Ideal machining conditions APKT L 5 d
€ Normal machining conditions 1504 | 1633 | 476 5.4
Milling inserts &% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
11— M| Seoos sgoee oo [0
i K Bk O 1@) o
N 8 L
S S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
150 r WIS RS aam2eeadagoaeand — o o
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
APKT150412-KM 12 127 .
APKT150412-PM 12 127 . .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SPMT L 1.C S d
€2  Normal machining conditions 12 04 12.7 12.7 | 476 5.5
Mi||ing inserts g2 Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3838088 & DOLRs OO (O
M| GRG0 GoGas OO (O
K G O 80 L
N ot} L
S & 9 (@F e io)
H
m ™~ ~ o NN o
N — — — = — o v — -
IS0 rlggeddavgecedglaanyge |2 |ss
OD03==00looRo00bode |G (2R
OO OODO0@DDOOODOm0onommnom|Z = [alya}
sEEEEE EE R Rl o E e > |==
il"-.;.!s SPMT120408-KM 0.8 L]
il"-.;.!s SPMT120408-PM 0.8 L[] [ ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B179

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling teiicai miling

Helical milling

Fa
/ - Q '
o ’%‘ >
» @\b

@D

Dimensions [mm] Teeth Inserts
Article sk | Stock [Teeth row| Shank type —
@D e L, L APKT | SPMT g
HMPO01-050x84-BT50-SP12-04 o 50 84 145 2468 4 2 16 BT
HMPO01-050x84-JT50-SP12-04 [s] 50 84 145 246.75 4 2 16 JT
HMPO01-063x74-BT50-SP12-04 ] 63 74 135 2368 4 2 14 BT
HMPO01-063x74-JT50-SP12-04 [s] 63 74 135 236.75 4 2 14 JT
HMPO01-063x104-BT50-SP12-04 [s] 63 104 165 266.8 4 2 20 BT
HMP01-063x104-JT50-SP12-04 . 63 104 165 26675 4 2 20 T APKT1504 &
HMP01-063x134-BT50-SP12-04 o 63 134 195 2968 4 2 26 BT SPMT1204
HMPO01-063x134-JT50-SP12-04 o] 63 134 195  296.75 4 2 26 JT
HMPO01-080x104-BT50-SP12-04 o] 80 104 165 266.8 4 2 20 BT
HMPO01-080x104-JT50-SP12-04 o] 80 104 165 266.75 4 2 20 JT
HMPO01-080x144-BT50-SP12-04 [s] 80 144 205 306.8 4 2 28 BT
HMPO01-080x144-JT50-SP12-04 [s] 80 144 205 306.75 4 2 28 JT
® Ex stock © On demand
% With internal cooling
Spare parts
Insert APKT1504 & SPMT1204
@D 50-80
. PN
v Screw (insert) I?: I';l:lr;;} & .
& | Wrench (insert) WT201S
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Helicalmiling  INdexable milling

O Ideal machining conditions APKT L 5 d
€ Normal machining conditions 1504 | 1633 | 476 5.4
Milling inserts &% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
11— M| Seoos sgoee oo [0
i K Bk O 1@) o
N 8 L
S S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
150 r WIS RS aam2eeadagoaeand — o o
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
APKT150412-KM 12 127 .
APKT150412-PM 12 127 . .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SPMT L 1.C S d
€2  Normal machining conditions 12 04 12.7 12.7 | 476 5.5
Mi||ing inserts g2 Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3838088 & DOLRs OO (O
M| GRG0 GoGas OO (O
K G O 80 L
N ot} L
S & 9 (@F e io)
H
m ™~ ~ o NN o
N — — — = — o v — -
IS0 rlggeddavgecedglaanyge |2 |ss
OD03==00looRo00bode |G (2R
OO OODO0@DDOOODOm0onommnom|Z = [alya}
sEEEEE EE R Rl o E e > |==
il"-.;.!s SPMT120408-KM 0.8 L]
il"-.;.!s SPMT120408-PM 0.8 L[] [ ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Al

Turning

Indexable milling teiicai miling

Helical milling

HMPO1 EC Kr: 90° 0

@D

£
§ Dimensions [mm] Teeth Inserts
Article sle | Stock [Teeth row] Shanktype | e
@D e L, L APKT | SPMT g
HMPO01-050x84EC-BT50-SP12-04 [s] 50 84 145 2468 4 2 16 BT
HMPO01-050x84EC-JT50-SP12-04 . 50 84 145 246.75 4 2 16 JT
C HMPO01-063x74EC-BT50-5P12-04 ] 63 74 135 2368 4 2 14 BT
HMPO01-063x74EC-JT50-SP12-04 [s] 63 74 135 236.75 4 2 14 JT
HMPO01-063x104EC-BT50-5P12-04 [s] 63 104 165 266.8 4 2 20 BT
HMP01-063x104EC-JT50-5P12-04 ) 63 104 165 26675 4 2 20 T APKT1504 &
o HMPO01-063x134EC-BT50-5P12-04 o 63 134 195 296.8 4 2 26 BT SPMT1204
é HMPO01-063x134EC-JT50-SP12-04 L[] 63 134 195  296.75 4 2 26 JT
E HMPO01-080x104EC-BT50-5P12-04 [o} 80 104 165 266.8 4 2 20 BT
HMPO01-080x104EC-JT50-SP12-04 [e} 80 104 165 266.75 4 2 20 JT
HMPO01-080x144EC-BT50-5P12-04 [s] 80 144 205 306.8 4 2 28 BT
HMPO01-080x144EC-JT50-SP12-04 [s] 80 144 205 306.75 4 2 28 JT
® Ex stock © On demand
D % With internal cooling
= S Spare parts
8.2
c é Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204|APKT1504 & SPMT1204
S5 @D 50 63 80
o=
= , Indexable head 050EC 063EC 080EC
f Screw (head) M10*50 M10*50 M12*55
(16.6 Nm) (16.6 Nm) (25.2 Nm)
v Screw (insert) 160M5*13 160M5%13 160M5*13
(6.7 Nm) (6.7 Nm) (6.7 Nm)
E ( Wrench (head) WHS0L WHS0L WH100L
/w Wrench (insert) WT20I5 WT20I15 WT20IS
P
v
o
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
e
B1s2 '



Helicalmiling  INdexable milling

O Ideal machining conditions APKT L 5 d
€ Normal machining conditions 1504 | 1633 | 476 5.4
Milling inserts &% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O
11— M| Seoos sgoee oo [0
i K Bk O 1@) o
N 8 L
S S LEE (@FR Ao
H
m ™~ ™ ~ oo =
NS S5ninnm =88 P
150 r WIS RS aam2eeadagoaeand — o o
003===000023388003|8 [C |28
OO OO0DO0OODDOODOOononmo|Z = oo
> > > > > > > >>>>>> > > > |==
APKT150412-KM 12 127 .
APKT150412-PM 12 127 . .
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SPMT L 1.C S d
€2  Normal machining conditions 12 04 12.7 12.7 | 476 5.5
Mi||ing inserts g2 Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3838088 & DOLRs OO (O
M| GRG0 GoGas OO (O
K G O 80 L
N ot} L
S & 9 (@F e io)
H
m ™~ ~ o NN o
N — — — = — o v — -
IS0 rlggeddavgecedglaanyge |2 |ss
OD03==00looRo00bode |G (2R
OO OODO0@DDOOODOm0onommnom|Z = [alya}
sEEEEE EE R Rl o E e > |==
il"-.;.!s SPMT120408-KM 0.8 L]
il"-.;.!s SPMT120408-PM 0.8 L[] [ ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
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Indexable mil Iing Chamfer milling

Chamfer milling

Y
CMZ01 Kr:30° O

@D ad

L \ - ' L
? Straight shank

Dimensions [mm)] Inserts
Article s | Stock s o L . Teeth a
[
CMZ01-012-G20-5P12-01 . 12 20 40 100 1 0.2
CMZ01-025-G25-5P12-02 [ 25 25 40 120 2 0.8 SPMT1204
CMZ01-032-G32-5P12-03 ° 32 32 40 180 3 1.1

® Ex stock © On demand

# With internal cooling

Spare parts
Insert SPMT1204
@D 12-32

v Screw (insert) Tg;drir;; % <

/w Wrench (insert) WT20IS )\\\

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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SPMT120408-HT-1 0.8 [s]
—— @
SPMT120408 08lo @0 eo o =
——
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
(=)]
£
=
()]
[ =
™ O
g 5
£E
¥ o
7]
=<
)
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224

&
v B185



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mil Iing Chamfer milling

Chamfer milling

Y
CMZ01 Kr:30° O

2D ) od
l‘. - 4 L
? Weldon shank

Dimensions [mm)] Inserts
Article s | Stock s o L . Teeth a
[
CMZ01-012-XP20-5P12-01 . 12 20 40 100 1 0.2
CMZ01-025-XP25-5P12-02 25 25 40 120 2 0.6 SPMT1204
CMZ01-032-XP32-5P12-03 ° 32 32 40 180 3 1

® Ex stock © On demand

# With internal cooling

Spare parts
Insert SPMT1204
@D 12-32

v Screw (insert) Tg;drir;; % <

/w Wrench (insert) WT20IS )\\\

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O =
M| BB BoGae OO (O g
-
K 88 O 80 & =
N 8 €3 4%
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e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
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Indexable mil Iing Chamfer milling

Chamfer milling

Y
CMAO1 Kr:45° O

QJ_E od
3
EL . L
? Straight shank
Dimensions [mm)] Inserts
Article s | Stock Teeth
@D od L L -~
e

CMAO01-012-G20-5P12-01 . 12 20 40 100 1 0.2
CMAO01-025-G25-5P12-02 [ ] 25 25 40 120 2 0.8 SPMT1204
CMAO01-032-G32-5P12-03 [ ] 32 32 40 180 3 1.1
® Ex stock © On demand

# With internal cooling

Spare parts
Insert SPMT1204
@D 12-32

v Screw (insert) Tg;drir;; % <

/w Wrench (insert) WT20IS )\\\

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O =
M| BB BoGae OO (O g
-
K 88 O 80 & =
N 8 €3 4%
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e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
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&
v B189



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mil Iing Chamfer milling

Chamfer milling

Y
CMAO1 Kr:45° O

]

B8

e i 4
Ry b ' L
? Weldon shank

Dimensions [mm)] Inserts
Article s | Stock s o L . Teeth a
[
CMAO01-012-XP20-5P12-01 . 12 20 40 100 1 0.2
CMAO01-025-XP25-5P12-02 25 25 40 120 2 0.6 SPMT1204
CMA01-032-XP32-5P12-03 ° 32 32 40 100 3 1

® Ex stock © On demand

# With internal cooling

Spare parts
Insert SPMT1204
@D 12-32

v Screw (insert) Tg;drir;; % <

/w Wrench (insert) WT20IS )\\\

System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O =
M| BB BoGae OO (O g
-
K 88 O 80 & =
N 8 €3 4%
S LEE (@FR Ao
H
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e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
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Chamfer milling

Y
CMDO1 Kr:60° O

s
3

B3

L1

L

Straight shank

Dimensions [mm)] Inserts
Article s | Stock Teeth
@D od L L -~
—
CMD01-012-G20-5P12-01 12 20 40 100 1 0.2
CMD01-025-G25-5P12-02 25 25 40 120 2 0.8 SPMT1204
CMD01-036-G32-5P12-03 36 32 40 180 3 1
® Ex stock © On demand
# With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
M3M5*11
i »
v Screw (insert) 67Nm) %
& | Wrench (insert WT20iS )\\\
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O =
M| BB BoGae OO (O g
-
K 88 O 80 & =
N 8 €3 4%
S LEE (@FR Ao
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e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
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Indexable mil Iing Chamfer milling

Chamfer milling

Y
CMDO1 Kr:60° O

s
3

B3

L1

L

Weldon shank

Dimensions [mm)] Inserts
Article s | Stock Teeth i
@D od L, L @ -~
—
CMD01-012-XP20-5P12-01 12 20 40 100 0.2
CMD01-025-XP25-5P12-02 25 25 40 120 2 0.6 SPMT1204
CMDO01-036-XP32-5P12-03 36 32 40 180 1
® Ex stock © On demand
# With internal cooling
Spare parts
Insert SPMT1204
@D 12-36
M3M5*11
i »
v Screw (insert) 67Nm) %
& | Wrench (insert WT20iS )\\\
Grade selection B24 Technical info B463 Cutting data B224
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Chamfer milling Indexable mill ing

O Ideal machining conditions SPMT L 1.C S d
€ Normal machining conditions 1204 | 127 | 127 | 476 5.5 A
Milling inserts &% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [BHB&80E © DOBRE QO (O =
M| BB BoGae OO (O g
-
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e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide C
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