Version2018

Mllllng

é ZCC Cutting Tools Europe GmbH
zcc-cT



WELCOMETO ZCC CUTTING TOOLS EUROPE

ZCC-CT, one of the World's leading carbide tooling manufacturers, welcomes you to its
products. We are able to offer you a wide product range of high performance cutting tools
at economic prices and a good supply service to support the production and productivity
at your manufacturing facilities. You will find the main tool types in the various sections of
the catalogue, Turning is in section A, Milling in section B and Drilling in section C of the
catalogue.

We are looking forward to working with you and developing good cooperation together.
Our team at ZCC Cutting Tools Europe is ready to support you in all of your requirements.
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Indexable inserts milling tool program

40

No. Tool category Page No. Tool category Page No. Tool category Page
1 FMAO1 B27 9 FMDO2(PN11) B56 17 FMPO3 B79
2 FMAO02 B30 10 FMDO02(HN09) B62 18 FMRO1 B81
3 FMAO03 B33 11 FMDO03 B64 19 FMR02 B83
4 FMAO04(OFKTO05%%) B36 12 FMEOQ2 B66 20 FMRO03 B86
5 FMAOQ4(OFKR07*¥) B38 13 FMEO3 B68 21 FMR04 B90
6 FMA07 B42 14 FMEO4 B72 22 EMPO1 B94
7 FMAT11 B48 15 FMPO1 B74 23 EMP02 B100
8 FMA12 B52 16 FMP02 B76 24 EMP03 B103




No. Tool category Page No. Tool category Page No. Tool category Page
25 EMPO4 B105 33 SMP03 B147 41 QCH B188
26 EMPO5 B107 34 SMP05 B151 42 XMPO1 B164
27 EMP13 B116 35 XMRO1(SDMT*¥) B156
28 BMRO1 B126 36 XMROT(WPGT*¥) B160
29 BMR02 B129 37 TMPO1 B166
30 BMRO03 B133 38 HMPO1 B168
31 BMR04 B139 39 HMPO1-EC B172
32 SMPO1 B143 40 CM*01 B174
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Milling inserts

B4

¢ =3 - o
5, L c—
ANGX-GM ANGX-LH APKT-ALH APKT-APF  APKT-APM APKT-KM APKT-LH APKT-PF
1115 1115 1116 1116 1116 15 1116 1116 Edge length
B117,B119,B121, B117,B119,B121, B95,B98,B101,B104, B95,B98,B101,B104, B95,B98,B101,B104, B169,B171,B173 B95,B98,B101,B104, B95,B98,B101, B104, Page
B123,B125 B123,B125 B106,B195 B106,B195 B106,B195 B106, B195 B106,B195
L@ L@ e n
APKT-PM APKT-PR APMT CNE-A/B HNEX-DF HNEX-DM HNEX-DR HNGX-HDR
111516 1116 1116 12 09 09 09 09 Edge length
B95,B98,B101,B104, B95, B98,B101,B104, B108 B165 B63 B63 B63 B203 Page
B106,B195 B106,B195
¢ £ 2 Ovio@®
- — — ' A —4
HNGX-MR LNCX LNE32.302  LNE32.534 LNKT-GM LNKT-ZR MPHT-DM OFKR-DF
09 18 12 12152025 060812 07 Edge length
B203 B206 B204 B205 B111,B113 B65, B73, B80 B148,B150,B167 B39 Page
OFKR-DM OFKR-LH OFKT-DF OFKT-DM OFKT-LH ONHU-GM _ ONHU-PF ONHU-PM
07 07 05 05 05 08 06 08 06 08 Edge length
B39 B39 B37 B37 B37 B53 B43, B45 B43, B45 Page
ONHU-W PNEG-CF PNEG-CM PNEG-CR PNEG-PF PNEG-PM PNEG-PR RCKT-DM
08 11 11 11 11 1 11 10121620 Edge length
B43,B46 B57,B60 B57,B60 B57,B60 B58, B60 B58, B60 B58, B60 B82, B85 Page
O ' : . I a |I-. .-'- l" - r-l:-l_ _ILII'I
RCKT-DR RCKT-ER RCKT-NM RDKW ROHX SDMT SDMT-DM SDMT-PM
121620 1216 20 1216 070810121620 1216 20 09 06091215 06091215 Edge length
B82, B85 B82, B85 B82, B85 B89, B93, B198, B200 B130 B128 B157,B159,B191 B157,B159,B191 Page
-—w “mm— -—— = “mm— -—— = “mm—
SEEN SEET-CF SEET-CM SEET-CR SEET-DF SEET-DM SEET-DR SEET-EF
12 12 12 12 12 1218 12 12 Edge length
B34 B28,B31 B28,B31 B28, B31 B28,B31 B28,B31 B28,B31 B28,B31 Page
g re—— . ] . -
o | |!-! Iﬁl .1 le' e ﬁ 1
_—— - -—w
SEET-EM SEET-LH SEET-PF SEET-PM SEET-PR SEET-W SEKN SEKR
12 12 0912 0912 0912 12 1215 1215 Edge length
B28,B31 B78 B78 B78 B78 B29, B32 B35 B35 Page
-
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Milling inserts
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SNEG-E SNEG-GM SNEG-GR SNEG-W SNKN SPAN SPCN SPEX
15 1215 121519 12 121519 1215 1215 1215 Edge length
B49 B49 B49 B50 B207 B208 B208 B71 Page
S— -
iy A
SPGN SPKN SPKR SPKR-GM SPKT SPMR SPMT
09121519 1215 1219 1215 12 0912 0609 12 Edge length
B211 858, 870 B71 B71 B67 B209 B128,B175,8177,B179, Page
B181,B183, 8185
— — - — — —
SPMT-HT SPMT-KM SPMT-KT SPMT-PM SPUN TPAN TPCN TPKN
0912 12 06 12 09121519 111622 111622 1622 Edge length
B210 B169,B171,B173 B210 B169,B171,B173 B211 B212 B212 B75,B213 Page
TPMR TPUN WPGT WPGT-PM XPHT-GM XSEQ ZDET ZDET-PM
0911162233 11622 05 06 08 09 05060809  16202530324050 12 081113 13 Edge length
B214 B214 B161,B163,8193  B161,B163,8193  B132,B134,8136, B144,B146 B127 B127 Page
B138,B189
S
ZOHX-GF ZOHX-GM ZPNT
121620253032 121620253032 2 Edge length
B140,B142,8202  B140, 142, B202 B127 Page
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Indexable mi"ing System overview

Application
Series Milling bod Inserts Kr Features Page
gbody P/M[K[N|S g
- Diameter range @50 - 315 mm
. « For steel, stainless steel, cast iron,
o | ﬁ non-ferrous metals and heat-
) R — o resistant alloys
FMAO1 BT v iviviv v - Milling cutter with positive, soft B27
SEET12T3 cutting geometry
SEET18T6 - Wiper inserts for good surface
quality
+ Diameter range @50 - 125 mm
n « For steel, stainless steel, cast iron,
| non-ferrous metals and heat-
FMAO02 _—_— 45° |V |V |V |V |V resistant alloys B30
- Milling cutter with positive, soft
SEET12T3 cutting geometry
- Wide pitch
-' + Diameter range @80 - 315 mm
e « For steel, stainless steel and cast iron
FMAO03 ’ﬁ ] SEEN1203 45° (v [ v |V | Vv - Milling cutter with positive, soft B33
o 5 SEKN1203 cutting geometry
SEKR1203 - Wedge clamping
SEKR1504
SEKN1504
L + Diameter range @50 - 160 mm
T « For steel, stainless steel, cast iron
2 FMA04 g . 45° v | v |V |V and non-ferrous metals B36
= £3Y - « Inserts with eight cutting edges
£ OFKT « Screw clamping
05T3
Y
©
(N8
- Diameter range @125 - 315 mm
| 'L J « For steel, stainless steel, cast iron and
FMA04 v 45° |V | v |V | Vv non-ferrous metals B38
« Inserts with eight cutting edges
OFKR0704 «Wedge clamping
- Diameter range @25 - 50 mm
FMAO07 45° | v v - For steel and cast iron B42
« Inserts with 16 cutting edges
ONHU0604
ONHUO08T5
- Diameter range @40 - 315 mm
FMAO7 45° | v v - For steel and cast iron B44
- Inserts with 16 cutting edges
ONHU0604
ONHUO08T5
- - Diameter range @63 - 315 mm
« For steel, stainless steel and cast iron
- Inserts with eight cutting edges
o - Double sided, thicker inserts for high
FMA11 4" (v v v v stability and deeper cutting depths B48
SNEG1205 + Wiper geometry for good surface
SNEG1506 quality _
SNEG1907 « Normal and fine pitch

v Very suitable

Bé

v Suitable




System overview Indexable mi"ing

Application
Series Milling bod Inserts Kr Features Page
gbody P/M[K|N|s g
E s
9 « Diameter range @63 - 315 mm
FMA12 45° [ v | v | ¥ v « For steel, stainless steel and castiron | B52
- Inserts with 16 cutting edges
ONHU08T6
- Diameter range @50 -315 mm
« For steel, stainless steel and cast iron B56-
FMDO02 67° [V |v |V - Inserts with ten cutting edges 61
«Wedge clamping or screw clamping
PNEG1105 « Normal and fine pitch
- Diameter range @80 - 315 mm
o « For cast iron
FMDO02 55 v -Wedge clamping B62
« Inserts with twelve cutting edges
HNEX0905
- Diameter range @100 — 400 mm
O - For steel and cast iron
- Tangential insert with four cutting
FMDO3 60° | v v edges B64
« Heavy duty machining for high
LNKT2007DN-ZR cutting depths
. LNKT2510-ZR + Screw clamping
@
:©
<«
B P |
o 'PT-. = « Diameter range @50 - 125 mm _
FMEO2 T h—'-'i 75° |V | v | V¥ « For steel, stainless steel and cast iron | B66
. « Screw clampin
ping
SPKW1204
SPKT1204
:-——_:'
F i Y - Diameter range @80 - 400 mm
FMEO3 -~ ‘ SPKN1203 75° | v | v | V¥ « For steel, stainless steel and cast iron | B68
',,.’1_’ SPKR1203 - Wedge clamping
SPEX1203
SPKN1504
SPKR1504
SPEX1504
- Diameter range @125 - 315 mm
« For steel and cast iron
o - Tangential insert with four cutting
FMEO04 75° | v v edges B72
+ Heavy duty machining for high
LNKT1506 cutting depths
« Screw clamping
- e - Diameter range @80 -315mm _
/ - L - « For steel, stainless steel and cast iron
FMPO1 P . L ' 9° |v (v |V v - Milling cutter with positive, soft B74
‘ cutting geometry
- + Wedge clampin
TPKN2204 d ping
v Very suitable v Suitable
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Indexable mi"ing System overview

Application
Series Milling bod Inserts Kr Features Page
ghody P/M/K|N[s[H g
L™ I I
d? - i_ “’ - Diameter range @22 - 60 mm
FMPO2 oy, ‘; 900° | v v v iv]|v « For steel, stainless steel, cast iron B76
4 r- and non-ferrous metals
p SEET09T3 « Screw clamping
SEET1203
« Diameter range @50 - 315 mm
e O - For steel and cast iron
s - - Tangential insert with four cutting
FMPO3 - 89° | v v edges B79
T LNKT120608-ZR + Heavy duty machining for high
LNKT2007DN-ZR « Screw clamping

LNKT2510-ZR

Il’r—.ﬁ?1 - Diameter range @25 - 63 mm
w/" u « For steel, stainless steel, cast iron,
FMRO1 -r/ vV iviv| iv| v non-ferrous metals and heat- B81
% RCKT10T3 resistant alloys
RCKT1204 « Screw clamping
RCGX1204

‘@
v‘ - Diameter range @50 - 250 mm
« For steel, stainless steel, cast iron,

FMR02 RCKT1204 VI iV v v v non-ferrous metals and heat- B83
RCMW1204 resistant alloys
5 RCKT1606 - Screw clamping
=§ RCKT2006
b= RCGX1204
S
[
f_,f:' v « Diameter range @15 - 50 mm
FMRO3 < 7 viviv v |*For steel, stainless steel and cast iron BS6
"rf-’ RDKW0803 « Screw clamping
« Mould and die industry
RDKW10T3
RDKW1204
“‘ « Diameter range @15 - 50 mm
« For steel, stainless steel and cast iron
=== .
FMRO3 v 4 v ¥ |- screw clamping B88
RDKW0702 « Mould and die industry
RDKW1003
« Diameter range @50 - 200 mm
u « For steel, stainless steel and cast iron
FMR04 VivY v | screw clamping B0
RDKW1204 « Mould and die industry
RDKW1605
RDKW2006
5' " - Diameter range @42 - 200 mm
« For steel, stainless steel and cast iron
FMR04 CoKw Vi ivi v v . Serew clamping B92
DKW1003 « Mould and die industry
RDKW12T3
RDKW1604

v Very suitable v Suitable

N
Bs Dol



System overview Indexable mi"ing

Application
Series Milling bod Inserts Kr Features Page
gbody P M[K/N|S[H g
- Diameter range @12 - 63 mm
R « For steel, stainless steel, cast iron,
___ A "._, i non-ferrous metals and heat-
= —— el
EMPO1 ﬁ.‘i’ W0 vivivIv v « For square shoulder milling, slot 99
APKT11T3 milling and ramping
APKT1604 « Milling cutter with positive, soft
cutting geometry
« Inserts with two cutting edges
« Diameter range @12 - 63 mm
I « For steel, stainless steel, cast iron,
L f non-ferrous metals and heat-
) i resistant alloys
& .@ ! o - Weldon shank
EMP02 2 ”".f r W0 v ivivIv Vv « For square shoulder milling, slot B100
1 APKT11T3 milling and ramping

« Milling cutter with positive, soft
cutting geometry
« Inserts with two cutting edges

APKT1604

« Diameter range @50 — 100 mm

« For steel, stainless steel, cast iron,
non-ferrous metals and heat-
resistant alloys

« For square shoulder milling, slot B103
milling and ramping

- Milling cutter with a positive, soft
cutting geometry

- Inserts with two cutting edges

EMPO3 90°

'
-
-
s

-

<

<

<

<

APKT11T3

- Diameter range @20 — 40 mm
I - For steel, stainless steel, cast iron,
1 non-ferrous metals and heat-

¢ _r."' { resistant alloys

EMPO0O4 “"W f 90° (v v |V |Vv - For square shoulder milling, slot B105

milling and ramping

« Milling cutter with positive, soft

cutting geometry

« Inserts with two cutting edges

APKT11T3

Square shoulder milling
\lll.

- Diameter range @25 - 40 mm
« For steel, stainless steel and cast iron

% « Straight shank

o « For square shoulder milling, slot

EMPO5 % —_— 90° |v |V | Vv milling and ramping B107
L « Milling cutter with positive, soft

APMT1135 cutting geometry

APMT1604 « Inserts with two cutting edges

« Machining in z-direction possible

- Diameter range @40 - 125 mm

« Sharp cutting edge geometry
combined with robust tangential
inserts

o « First choice for large cutting depths

EMP09 W0° v vV with high feed rates. B110

- Specially designed cutting edge

LNKT120608PNR-GM with high precision control for high

quality 90 degree square shoulder

milling

e
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« Diameter range @40 — 250 mm

l'{'-' = 'ﬂ_ « For steel, cast iron and non-ferrous
EMP13 — ¥ 90° |v |v|v|v metals B116
” - Double sided, thicker inserts for high
™ ANGX1105 stability and deeper cutting depths
ANGX1506 - Inserts with four cutting edges

v Very suitable v Suitable
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Indexable mi"ing System overview

Application
Series Milling bod Inserts Kr Features Page
gbody PM/K[N|S 9
: - Diameter range @25 - 40 mm
T i « For steel, cast iron and non-ferrous
5 metals
EMP13 90° v v v v - Double sided, thicker inserts for high B118
ANGX1105 stability and deeper cutting depths
= « Inserts with four cutting edges
2 ANGX1506 gedg
E . « Diameter range @50 - 80 mm
[ - For steel, cast iron and non-ferrous
2 EmPi3 90° [v|v|v|v metals B122
o - Double sided, thicker inserts for high
= ANGX1105 stability and deeper cutting depths
% ANGX1506 - Inserts with four cutting edges
g .
v o « Diameter range @32 - 50 mm
- For steel, cast iron and non-ferrous
. metals
EMP13 0% v v vV - Double sided, thicker inserts for high B124
ANGX1105 stability and deeper cutting depths
L8 ANGX1506 - Inserts with four cutting edges
.
Rl
I oy
£
m + Diameter range @20 - 63 mm
L - For steel, stainless steel and cast iron
ZDETO08T2 .
BMRO1 / ZDET1103 vV ivi|v «Very suitable for roughing of big B126
- moulds
ﬁgﬁggi « Inserts with three cutting edges
SPMT0603
SPMT0903
SPMT1204
/ﬁ « Diameter range @12 - 20 mm
_f,-.,-/ k « For steel, stainless steel and cast iron
BMRO02 > vV v v - Very suitable for finishing in mould | B129
ROHX1203 and die industry
ROHX1604 « Inserts with two cutting edges
2 ROHX2005
€
<
; <
g
e + Diameter range @16 — 40 mm
XPHT16 « For steel and cast iron B131
BMRO3 XPHT20 vV iv|v « Very suitable for roughing in mould 138
XPHT25 and die industry
XPHT30 - Tool with high stability
XPHT32
XPHT40
XPHT50
g :ﬂ W’“
« Diameter range @12 - 32 mm
« For steel, stainless steel and cast iron B139
BMRO04 // ZOHX1203 vV ivi|v - Very suitable for finishing in mould 142
ZOHX1604 and die industry
ZOHX2005 - Inserts with two cutting edges
ZOHX2506
ZOHX3007
ZOHX3207

v Very suitable

B1o

v Suitable




System overview Indexable m|||ing

Application
Series Milling bod Inserts Kr Features Page
gbody M[K|N[S g
- a k - .
Qﬁ_‘\ « Diameter range @100 - 250 mm
/ » 5 « For steel, stainless steel and cast iron
SMPO1 - XSEQ1202 90 v | v . Bore with keyway B143
-~ & XSEQ1203 « Groove widths 4, 5,6, 7, 8 mm
: XSEQ12T3
XSEQ1204
XSEQ12T4
o=y L
W - ] - Diameter range @63 - 160 mm
SMPO1 i XSEQ1202 90° v |V « For steel, stainless steel and cast iron | B145
XSEQ1203 - Groove widths 4,5, 6, 7,8 mm
XSEQ12T3
XSEQ1204
XSEQ12T4
o
£ .
E i b - Diameter range @80 — 200 mm
5| sMPoO3 - 90° v e « For stegl, stainless steel and cast iron B147
& = . « Bore with keyway
Loy MPHT0603 « Groove widths 8, 10, 12, 16, 18,20 mm
MPHT0803
MPHT1204
¥ .
‘& - i - Diameter range @80 - 200 mm
SMPO3 L g 90° v |V « For steel, stainless steel and castiron | B149
il ";" MPHT0603 - Groove widths 8,10, 12, 16, 18,20 mm
MPHT0803
MPHT1204
q - Diameter range @25 - 44 mm
SMPO5 90° v |V « For steel, stainless steel and castiron | B151
- Groove widths range 1,1 - 4,8 mm
QcCi16L
QC22L
- Diameter range @20 - 40 mm
/ — « For steel, stainless steel and cast iron
XMRO1 L SDMTO6T2 15° v |V « Inserts with four cutting edges B156
o L #;:. « Ramping possible
£ SDMTO09T3 + Double clamping system for inserts
% SDMT1204
g SDMT1505
< v
< =
2 - b a
T Ca’ - Diameter range @40 — 125 mm
‘ . 1'— — « For steel, stainless steel and cast iron
XMRO1 & 15° v v « Inserts with four cutting edges B158
SDMT06T2 « Ramping possible
SDMT09T3 - Double clamping system for inserts
SDMT1204
SDMT1505
v Very suitable v Suitable
<

B11
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Application
eries illing body nserts r eatures age
S Mill bod | t K MIKINTS Feat P
i 6 - Diameter range @20 - 40 mm
o « For steel, stainless steel and cast iron
. — 11°- '
XMRO1 r " . v i v - Inserts with three cutting edges B160
"k. WPGTO0503 22 « Ramping possible
g\ WPGT0604 + Double clamping system for inserts
= WPGT0806
€
©
7}
< P
P :
=) 3
T | 6 - Diameter range @42 - 160 mm
- . & — 11°- « For steel, stainless steel and cast iron
XMRO1 - . vV v - Inserts with three cutting edges B162
4 WPGT0503 22 + Ramping possible
WPGT0604 - Double clamping system for inserts
WPGT0806
WPGT0907
o
£ B - Diameter range @80 - 400 mm
= - ) « For steel, stainless steel and cast iron
QE, XMPO1 B i""" 1 viY « Also for face and square shoulder B164
° milling
@ CNE12
o
=
= g/f u « Diameter range @21 - 60 mm
E TMPO1 20 v i v - For castiron B166
° L5 ] MPHT0603 - Groove widths 9, 11, 14, 18,22, 28 mm
w
- MPHT0803
MPHT1204
| + Diameter range @40 - 50 mm
HMPO1 Vi v - For steel and cast iron B168
- + Weldon shank
APKT1504
SPMT1204
o "
£ & T - Diameter range @50 - 80 mm
=| HMPO1 -";":w' 2 vi|v « For steel and cast iron B170
E L - With JT coupling
S APKT1504
5 SPMT1204
I
nﬂ'.. « Diameter range @50 - 80 mm
HMPO1 EC : st v I® - For steel and cast iron B172
-~ oy : « With JT coupling
J‘:"" APKT1504 « With indexable head
SPMT1204
v Very suitable v Suitable

B12
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Application
Series Milling body Inserts Kr M KINTS Features Page
‘ ; - Diameter range @12 - 32 mm B174
CMZ01 F—) 30° v |V « For steel, stainless steel and cast iron 177
I g- « Chamfer milling cutter 30°
SPMT1204
o
£
E / ﬁ - Diameter range @12 - 32 mm
= « For steel, stainless steel and castiron | B178
5 o ,
“é CMAO1 L -ﬂ‘ 4 —_— 45 VY « Chamfer milling cutter 45° -181
© « Weldon shank
S SPMT1204
v
/ ﬁ - Diameter range @12 - 32 mm
. « For steel, stainless steel and cast iron
CMDo1 -.E', J — 60 vIv « Chamfer milling cutter 60° B182
« Weldon shank
SPMT1204
- Diameter range @16 - 32 mm
- For steel and cast iron
QCHXPHT cmﬂ XPHT16 VY « Very suitable for roughing in mould B18s
XPHT20 and die industry
XPHT25
XPHT30
XPHT32
. ; g « Diameter range @20 — 40 mm
b m '] — « For steel, stainless steel and cast iron
'S |QCH-SDMT . :Immu 15° v |V - Inserts with four cutting edges B190
; “ SDMTO06T2 « Ramping possible
(] SDMT09T3 « Double clamping system for inserts
o SDMT1204
v SDMT1505
e
1]
]
<
Q T,
o) ¥ y
] : ! - Diameter range @16 — 42 mm
% e 11°- « For steel, stainless steel and cast iron
£ |QCH-WPGT r; l o V| v - Inserts with three cutting edges B192
- WPGT0503 22 - Ramping possible
| J.
WPGT0604 - Double clamping system for inserts
WPGT0806
WPGT0907
) - Diameter range @16 - 40 mm
i . f « For steel, stainless steel, cast iron,
_ f= S non-ferrous metals and heat-
'Huq " resistant alloys
QCH-APKT ' WL 90° vVivi iv v - For square shoulder milling, slot B194
I8 milling and ramping
APKT11T3 - Milling cutter with positive, soft
APKT1604 cutting geometry
« Inserts with two cutting edges
v Very suitable v Suitable
<

B13
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Indexable mi"ing System overview

Application
Series Milling bod Inserts Kr Features Page
A gbocy PM/K/N|S[H g
o)) « Diameter range @15 - 42 mm
g RDKWO0702 « For steel, stainless steel and cast iron
= N e RDKW1003 v iviv v |+ Screw clamping
Iis QCH-RD L 2 RDKW10T3 » Mould and die industry B197
RDKW12T3 + For two different thicknesses of
RDKW1204 inserts
RDKW1604
RDKW1605

.
— + Diameter range @16 - 32 mm
—" « For steel, stainless steel and cast iron
QCH-ZOHX ZOHX1604 Vi iv v - Very suitable for finishing in mould | B201
ZOHX2005 and die industry

ZOHX2506 - Inserts with two cutting edges

ZOHX3007
ZOHX3207

Indexable heads - QCH series

Milling

v Very suitable v Suitable
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Indexable mllllng 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
PF PM PR
GF GM GR
- - ZR
MO-2 MO-1 MO-3
EF EM -
NM NM -
LH LH LH
ALH ALH ALH

B16
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Coated cemented carbide CVD

Grade ISO Micro structure Grade description
YBC301 P20-P35 CVD coate‘d 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
YBC302 P20-P35 higher 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
M30-M40 lower cutting speed and unstable condition.
P20-P30 CVD coated P20-P30/M15-M35 carbide grade for medium to roughing operation in
YBM251 stainless steel and steel with wide application field. Good wear resistance and capabil-
M15-M35 : . ) - -
ity against plastic deformation at normal cutting speed.
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15-M35 steel with wide application field. High wear resistance and capability against plasctic
deformation at higher cutting speed.
YBM351 P25-P40 CVD coated P25-P40/M25-M40 carbide grade for roughing operation in stainless
M25-M40 steel and steel. Good wear resistance and edge stability at normal cutting speed.
YBD152 K10-K25 CVvD colated K10-K25 carbl'de substrate. Optimized for. medium .to roughing operation
of cast iron. Good wear resistance and toughness at higher cutting speed.
YBD252 K20-K35 o CVD coated K20-K35 carbide substrate. Optimized for medium to roughing operation

of cast iron and Steel. Good wear resistance and toughness at higher cutting speed.
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Indexable m|||ing Grade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
PVD coated S05-515 carbide substrate for finishing to medium application of super al-
YBG102 S05-515 loy material, stainless steel and aluminum. Good wear resistance in a wide application
E field.
YBG202 P10-P30 PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application
M10-M25 of 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
M20-M40 coating stability for higher wear resistance and thermal stability in a wide application
field.
P10-P30 PVD multilayer coated P10-P30/M20-M40/S15-S25 carbide substrate for finishing
YBG205 M20-M40 to medium application of stainless steel, super alloy and steel (milling). Good wear
S15-S25 resistance and thermal stability in a wide application field.
YBG302 P15-P30 PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application
M25-M40 of stainless steel and steel (milling). Good wear resistance and toughness.
YBG152 K20-K35 _ PVD coated K2.0—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
YBG252 M10-M20 - operation of steel, stainless steel and cast iron. Good wear resistance and toughness
K10-K20 for a wide application field.
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cradeoverview INde@xable milling

Grade description

Uncoated PO5-P15 cermet grade for fine finishing operation of steel and stainless
steel. Good resistance against plastic deformation for good surface finishing.

Cermet
Grade ISO Micro structure
YNG151 PO5-P15
YNG151C PO5-P15

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

Uncoated cemented carbide

Grade ISO Micro structure

Grade description

LS
6 o2, N 4
Yc30s PR wgwi ;ﬁ

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

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

K05-K20
YD101 NO5-N20 aluminum and other material.

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

N10-N30 and other material.
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HC® Coated cermet
HW Uncoated carbide

Heat-resistant alloys
Hardened materials

5

N

Stainless steel
Castiron

Application fields of grades - Indexable milling

Indexable mllllng Application fields of grades
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Indexable mllllng System code — milling bodies

FM

E

03 100 -B32 S - P

06 (L) (C)

1 2 3 4 5 6 7 8 9 10 11
Type Entering angle Nominal diameter [mm)]
Code Description Code Description
BM Profile milling A %45 E %W 025 25
cM Chamfer milling 050 50
EM Square shoulder milling 160 160
° 90° .
M Face milling D %60 P % Serial no. 315 315
HM Helical milling
SM Slot milling
™ T-slot milling R %
XM Special
1 2 3 4
Type and size of tool holders
Code Type Code Type
Nominal diameter @50-80mm Nominal diameter @100-160 mm
022,27 ©27,32,40
20 1 i
A 33| 22 | B |
7 T 40 ! 50
! 50 ‘ 63
; 63 : 70
~ ldn,i3s !
218,20 ¥
@50,63,80 ©38,45,56 v
©100,125,160
[ =l
Nominal diameter @200 -250 mm Nominal diameter @315 mm
101.6 o 177.8
260 ‘l 101.6
: f ; 260
C \ ! | D ‘ :
; i \ 32 y ; ! ! ! !
| . 63 ! ! ‘
. ’ ! 70 X — ! —‘L‘ﬁf 70
718 1 @122 0#8 f t t 80
226 N\ e | (RS |
@34 | |@26
@200, 250 - 3 @315 r
= b ~ 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 mllllng

Insert shape

Clearance angle

Cutting edge length | [mm]

>O00 O 0N
>00 00

B | c |

~ll—go ~l=7e

39 ) —
15° 20°

Insert shape

J—
25° ~=+0°

o - D
il

E No. of teeth
H,O,P L
P R P 11°
@ H
s T '
R S
w X  Special ii Q
| -
Z  Special
P T W
6 7 8 9
Cutting direction
Code Description With inner cooling
L Left
10 11
Tools with B coupling and inner coolant supply
require the following spare parts:
Coolant clamp screw Coolant shower plate
Spare parts (B coupling with inner coolant supply)
B27 B32 B40 B40
9] 80 100 125 160
‘ Coolant clamp screw LDB27C LDB32C LDB40C LDB40C
0 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 mllllng ISO code - inserts

wnn

N 12

04

ED T21K R

DM

B24

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
A D C <> B \E’SD c J/T, l‘k {ﬁ
IC 1
H <:> L |:| D\h? E \B? Code | 1.C [mm] | m [mm] | S [mm]
A +0.025 +0.005 +0.025
— d +0.025 +0.013 +0.025
M <> o Q F \&250 N = E +0.025 +0.025 +0.025
F +0.013 +0.005 +0.025
o Q N O p g G +0.025 +0.025 +0.130
e H +0.013 +0.013 +0.025
J +0.05-0.13 +0.005 +0.025
s T A K +0.05-0.13 +0.013 +0.025
L +0.05-0.13 +0.025 +0.025
M +0.05-0.13 +0.08-0.18 +0.130
w O X Spedial N +0.05-0.13 +0.08-0.18 +0.025
u +0.08-0.25 40.13-0.38 +0.130
Z  Special
1 2 3
Fastening features (metric) Cutting edge length | [mm] Insert thickness S [mm]
Insert shape Insert shape @ ::ﬁ
S S
285,
A \_l_l_/ B \j:L/ Q Q Code ‘ S Code‘ S
> 65° | =l 00 0.79 05 5.56
c F T0 0.99 T5 5.95
e A M 01 159 06 6.35
G @ H ﬁ T1 1.98 T6 6.75
02 2.38 07 7.94
>65° Q 1 T2 258 09 9.52
J m YT Ty 03 3.18 9 9.72
H O,P L T3 3.97 11 11.11
— 04 4.76 12 1270
N T Q E‘ T4 496
<65° d |—
R U7 T
R S
<65° <65°
. " T
L4
X  Special
T w
4 5 6




150 code —inserts  INAdexable mllllng

Angle Chamfer
Q ‘& Code ‘ Type Code Angle Code | Width [mm] | Code ‘ Position
Kr 0 5° 0 0.10
on F j 10° 0.15 K O
Code ‘ Kr Code ‘ an E _ 7 2 15° 2 0.20
A 45° A 3° T j 3 20° 3 0.25 P <>
D 60° B 5° S j 4 25° 4 0.30
E 75° C 7° 5 30° 5 0.35
F 85° D 15° 6 0.40 w @
P 90° E 20° 7 0.45
z Special F 25° - ©
G 30°
N 0°
P 11°
z Special
7 8

Cutting direction

Code Description . .
- Chip breaker overview
R Right (on page B16)
L Left
N Right and left
9 10

B25

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable m||||ng System code - slot milling

SM P 03 -160x 16 -

K 40 -

M

P

12 - 12 L

1 2 3 4 5 6 7 8 9 10 11 12
Type Entering angle
Code Description Nominal di Cutti idth
. min meter
sM Slot milling cutter %90" Serial no. o mete U g et
1 2 3 4 5
Tool holder type Insert shape

Code Description Code Description Diameter of

A Atype B B type mounting hole

M 5 S
C Ctype D D type [mm] Qs
K With feather key
7 8
Clearance angle Cutting direction
Insert size No. of teeth Code Description
N p \h [mm] R Right
~l-0° < 11°
L Left
9 10 11 12
<
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Face milling

Indexable milling

Face milling

FMAO1 Kr:45° 0

Fine pitch
Stock Dimensions [mm] Inserts
Article s rl L o0 oD, o ) .. Teeth Coupling P~
—
FMAO01-050-A22-SE12-04 e O 50 61 22 40 6 4 A 0.3
FMAO01-050-A22-SE12-04C Sk e o 50 61 22 40 6 4 A 0.3
FMAO01-063-A22-SE12-05 e O 63 74 22 40 6 5 A 0.5
FMAO01-063-A22-SE12-05C Sk e o 63 74 22 40 6 6 A 1.2
FMAO01-080-A27-SE12-06 e o 80 91 27 50 6 6 A 1.2
FMAO01-080-A27-SE12-06C Koe e 80 91 27 50 6 6 A 1.2
FMAO01-100-B32-SE12-07 e o 100 107 32 50 6 7 B 1.2
FMAO01-100-B32-SE12-07C Sk e o 100 107 32 50 6 7 B 1.2 SEET12T3
FMAO01-125-B40-SE12-08 e o 125 136 40 63 6 8 B 2.6
FMAO01-125-B40-SE12-08C Sk e o 125 136 40 63 6 8 B 2.6
FMAO01-160-B40-SE12-10 e o 160 170 40 63 6 10 B 43
FMAO01-160-B40-SE12-10C Sk o o 160 170 40 63 6 10 B 43
FMAO01-200-C60-SE12-12 e o 200 210 60 63 6 12 @ 7.6
FMAO01-250-C60-SE12-14 e o 250 260 60 63 6 14 @ 13.5
FMAO01-315-D60-SE12-18 e o 315 325 60 70 6 18 D 20.8
FMAO01-100-B32-SE18-04 o o 100 _______ 1203263 _______ 10 4 B w2
FMAO01-125-B40-SE18-05 o o 125 145 40 63 10 5 B 2.6
FMAO01-160-C40-SE18-06 o o 160 180 40 63 10 6 @ 43
SEET18T6
FMAO01-200-C60-SE18-08 e o 200 220 60 63 10 8 @ 7.6
FMAO01-250-C60-SE18-10 e o 250 270 60 63 10 10 @ 13.5
FMAO01-315-D60-SE18-12 o o 315 335 60 80 10 12 D 20.8
® Ex stock o0 On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Spare parts

Insert SEET12T3 SEET12T3 SEET18T6
@D 50-100 125-315 100- 315
v Screw (insert) 160M3.5%10 160M3.5%12 160M5*17
w Screw (shim) SM5*7XA SM8*9XA
| Shim S13BS $18BS
_# | Wrench (insert) WT15IS WT15IS
) Wrench (insert) WT20IT
| Wrench (shim) WH35L WH50L
@ Ideal machining conditions SEET L I.C S d
&3 Normal machining conditions 1273 | 134 | 134 | 397 4.1
Milling inserts g  Unfavourable machining conditions 18T6 | 18 18 | 6.1 5.5
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHRBDBRe & DHHsEHE OO O
M| DBBRHBSE DoHeEE OO0 O
20°
K s O SO &
od N St DR
S LXK OBBB
H
i _H.B N
150 bs [S25Q3BCREE]8eRganb b oo
VUU=S=22000000000VYYY v = A
[~ R e R e s R e e ) faa B e'a fifa'a B 'a Mifaa B o'a i a'a B 'a i aa b= =z [alya)
SES>S>>>>>>>>>>>>>>> |5 |[>=>
SEET12T3-CF 2.55 ° )
¥
_—
SEET12T3-CM 2.55 ° °
[
——
SEET12T3-CR 2.55 o0 o o
&
“—
SEET12T3-DF 255 e @ L I ) [ ° o o
“p
_—
SEET12T3-DM 2550 @ @ @ @ @ ° ° °
% | seeT18T6-DM 229 e .
——
SEET12T3-DR 2.55 o0 ° ° o o
o=
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B22 Grade selection B20 Technical info B447 Cutting data B216

System code

B28



racemiling INdexable milling

2 Ideal machining conditions SEET L 1.C S d
& Normal machining conditions 1273 | 134 | 134 | 397 4.1
Milling inserts & Unfavourable machining conditions 1876 | 18 18 6.1 55
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
20°
K B O S0 98
ad N S SeE
S CCIE OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO bs RN VL2 SIIIaRIay2 2 |55
UVUU=Z=Z=20000aa00uLYuYuYvuy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SEET12T3-EF 2.55 ° °
<
—
SEET12T3-EM 2.55 o0 ° °
=
_—
SEET12T3-LH 2.55 ° o0
o3
-_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(Z)  Ideal machining conditions SEET L 1.C S d
&3  Normal machining conditions 1273 | 17.82 | 134 | 3.97 4.1
Mi|||ng inserts &  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORBDBE O ShBeBe OO0 O
M| SBDHEB ShBese OO0 O
K B O S0 £
N &8 St
S CCIE OBHBHB
H
N-—l—um_’;u‘__’NN\—NomNNNNN; E
1SO R bs [SILadm 2223888 R2&2 |2 |55
UVUU=Z=2=20000aa00uuuvuuu Y] = N
[ a R N e R N ~a R e W ea ) e Y oa i a'a M ea Wifaa Wi a e M ra R aa | = =z [alya)
S>> >>>>>>>>>5 | |[>>
SEET12T3-W 500 [9.46 o o ° ©
=
_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMAO2 Kr:45° 0

Coarse and differential pitch

Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IR|L| @0 | @D, | od L | 2pme o
—
FMAO02-050-A22-SE12-03 e O 50 61 22 40 6 3 A 0.4
FMAO02-050-A22-SE12-03C Sk o o 50 61 22 40 6 3 A 0.4
FMAO02-063-A22-SE12-04 e O 63 74 22 40 6 4 A 0.6
FMAO02-063-A22-SE12-04C Sk o o 63 74 22 40 6 4 A 0.6
FMAO02-080-A27-SE12-04 e O 80 91 27 50 6 4 A 1.3
, SEET12T3
FMAO02-080-A27-SE12-04C ko o 80 91 27 50 6 4 A 13
FMAO02-100-B32-SE12-05 e O 100 107 32 50 6 5 B 13
FMAO02-100-B32-SE12-05C Sk o o 100 107 32 50 6 5 B 1.3
FMAO02-125-B40-SE12-06 o o 125 131 40 63 6 6 B 2.6
FMAO02-125-B40-SE12-06C Sk o o 125 131 40 63 6 6 B 2.6
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SEET12T3
@D 50-125
Screw (insert) 160M3.5*10
Wrench (insert) WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

2 Ideal machining conditions SEET L 1.C S d
& Normal machining conditions 1273 | 134 | 134 | 397 4.1
MiIIing inserts &  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
20°
K B O (2]1@) 98
ad N S SeE
S CEI K] OBBB
H
NF—mE;NNFNomNNNNNF E
ISO bs | RRLIIALR2SIRIRINR2Ls |2 55
UVUU=Z=Z=20000aa00uLYuYuYvuy V) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>E>>>>>>>>>>>>>>>5 > > >
SEET12T3-CF 2.55 ° °
<
—
SEET12T3-CM 2.55 ° °
[+
_—
SEET12T3-CR 2.55 o0 o o
=
—
SEET12T3-DF 255 e @ o0 ° ° o o
<
—
SEET12T3-DM 255|/0 @ @ © 0 @ ° ° °
f=]
“—
SEET12T3-DR 2.55 o0 ° ° o o
(=]
—
SEET12T3-EF 2.55 ° °
«“¥
—
SEET12T3-EM 2.55 o0 ° °
=
“—
y SEET12T3-LH 2.55 () L)
| -
-_—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions SEET L 1.C S d
&€ Normal machining conditions 1273 | 17.82 | 134 | 3.97 4.1
Milling inserts 4% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRbBeE S ShoRe OO0 O
M| SeHBHER Shheee OO0 O
K S O 1@) &
N &8 ST
S CCIEX OBBLB
H
M oo o~ N AN NN NN <
N — — — — — — —
IS0 R bs 239808880 KRSSRgergL0re 2 55
VUU==22000000U00VyYyuyvY |9 = N
[oa e R e e R e N va e e | e NiYaa WY a'a MiYa'a By a'a MY a'a WY e'a S a'a R o'a | [l zZ [ala)
S>>>>>>>>>>>>>>>>5 |5 |[>>
SEET12T3-W 500 |9.46 o o ° ©
=
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

Face milling

FMAO3 Kr:45° 0

1.) .

.

Turning

.

Stock Dimensions [mm] Inserts
Article sk Teeth Couplin
"IR|L| o0 | @D, | @d L | 2y Ping -
FMAO03-080-A27-SE12-04 o o 80 103 27 50 5.5 4 A 1.8
FMAO03-100-B32-SE12-05 o O 100 122 32 50 5.5 5 B 24
FMAO03-125-B40-SE12-06 o o 125 147 40 63 5.5 6 B 44 SEEN1203
FMAO03-160-B40-SE12-08 o O 160 181 40 63 55 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 55 12 C 141
FMAO03-315-D60-SE12-15 o o 315 353 60 63 5.5 15 D 222
FMAO03-080-A27-SE15-04 o o 80 _______ 103275075 4 A o
FMAO03-100-B32-SE15-05 o o 100 122 32 50 7.5 5 B 23
FMAO03-125-B40-SE15-06 o o 125 147 40 63 7.5 6 B 4.2
FMAO03-160-B40-SE15-08 o o 160 181 40 63 7.5 8 B 6.1 EEEEJES:
FMAO03-200-C60-SE15-10 o o 200 221 60 63 7.5 10 C 8.3
FMAO03-250-C60-SE15-12 o o 250 270 60 63 7.5 12 C 13.6
FMAO03-315-D60-SE15-15 o o 315 353 60 63 7.5 15 D 21.8
® Ex stock © On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Spare parts

SEEN1203 SEKN1504
Insert SEKN1203 SEKR1504
SEKR1203
oD 80-315 80-315
@ | Adustable LOMS5*15.1 LOMS5*15.1
screw
@Y | Cassette (left) LSET2L LSE15L
b
@P | Cassette (right) LSET2R LSET5R
@ | screw (wedge) DM8*21X DM8*21X
& | Wedge (left WoiL WoiL
&/ | Wedge (right) WOTR WOTR
| Vrench lloca- WT20T WT20T
tor)
P Wrench WH40T WH40T
(wedge)

{Z)  Ideal machining conditions SEEN 1.C S
£ Normal machining conditions 12 03 12.7 127 | 3.18
MiIIing inserts &  Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SORGBE O Shhee 00 O
M| SBODHEB Shhes OO0 O
K B O SO LK
N &b STEX)
S EXIE OBBH
H
[3a] oo ] N NN =
N — — — = — — —
IS0 bs 2224882 KRSS888539 L |2 |53
VUU=Z=220000a00U00VYUY U |=q
e e e e e R e N e wa | e Biea WY a'a JiYa'a MY a'a W a'a WY a'a B e'a N 'a ) g z [alya)
S>E>>>5>>>>>>>>>>>>> |5 |>>
SEEN1203AFTN 1.8 °
-—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

2 Ideal machining conditions SEKN L 1.C S
£ Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &  Unfavourable machining conditions 15 04 | 15.875|15.875| 4.76
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 5&BBHB% & SooReE OO0 O
M| DBRBDBE SHhoBee OO0 O
K B O S0 €8
N &b PR
S CCIE < OBBB
H
m oo o~ N NN NN 2
N — — — = — — —
IS0 bs IR 3QQ@LRSe8Ssgeugn |2 5o
UUU=2=220000a00VU0uyyuyv O = N
[oa e e e e v N e e | lfaa Wie'a JiYa'a JiYe'a Ny 'a W e'a WY a'a B c'a MY 'a ) g z (alya)
S>E>>>>>>>>>>>>>>>5 |5 |[=>
SEKN1203AFFN 1.8
SEKN1203AFN 1.8 o °
SEKN1203AFS13N 1.8 o
SEKN1203AFTN 1.8 ° o 0o 0 o O
W | SEKN1504AFN 16| o
SEKN1504AFTN 1.6 ® O o0 °
SEKN1504AFZN 1.6
SEKN1504AZ 1.6 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
2 Ideal machining conditions SEKR L 1.C S
£2  Normal machining conditions 1504 | 15.875|15.875| 4.76
Milling inserts &% Unfavourable machining conditions
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BB BHBRE & SHPhesE OO O
M| DB SoPheesez OO0 O
K B O S0 &8
N & PR
S LI K OBHBHB
H
" BB ~ |
IS0 bs [SS2URBLRSSRSS NI ogb b 5o
VUUU=2=220000a000uuvuyY |O — N
[oa Qe e R e e e N e R wa | lfea WY e'a WY a'a Y 'a MY 'a R c'a WY 'a M 'a MY 2 P4 =z (alya)
S>E>>>>>>>>>>>>>>>> |5 |[>>
SEKR1504AFN 1.6 ()
—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling

Face milling

Face milling

FMAO4 Kr:45° 0

Screw Clamping

Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IR|L| @0 | @D | ed | L | apm =]
FMA04-050-A22-OF05-04 e O 50 56 22 40 35 4 A 0.3
FMA04-050-A22-0OF05-04C Sk o o 50 56 22 40 35 4 A 0.3
FMA04-050-A22-OF05-05 e O 50 56 22 40 35 5 A 0.4
FMA04-050-A22-OF05-05C o o 50 56 22 40 35 5 A 0.4
FMA04-063-A22-OF05-05 e O 63 69 22 40 35 5 A 0.5
FMA04-063-A22-OF05-05C kK o o 63 69 22 40 35 5 A 0.5
FMA04-080-A27-OF05-06 e O 80 86 27 50 35 6 A 0.8 OFKTO05T3
FMA04-080-A27-0OF05-06C X e o 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-OF05-07C Sk o o 100 106 32 50 3.5 7 B 1.2
FMAO04-125-B40-OF05-08 e o 125 130 40 63 35 8 B 2.7
FMAO04-125-B40-OF05-08C Sk o o 125 130 40 63 35 8 B 2.7
FMAO04-160-B40-OF05-10 e o 160 165 40 63 35 10 B 5.1
® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert OFKTO5T3 OFKTO5T3
@D 50-63 80-160
W | screw (insert) 160M4*8.4 160M4*10
_# | Wrench (insert) WT151S WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
&
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racemiling INdexable milling

2 Ideal machining conditions OFKT L I.C S d
& Normal machining conditions 05T3 | 526 | 12.7 | 3.97 4.4

Milling inserts

4% Unfavourable machining conditions

OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
2IC P SBROBR DB ShBeRE OO0 O
] M| ©800% oQome 00 O
" od |- K o% O 80 &
&-/ ) 26°]] J = @ - hd
S S & 8 (@R
H
Ne—— M NN NNN N — E
IS0 RISRISIDLK2SIRIRARLELS |2 |53
J00===200|00Q0000U0OVOLY U |=&
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
OFKTO05T3-DF 0.5 ° °
OFKTO05T3-DM 0.5 ° ° ° ° °
OFKTO5T3-LH 0.5 °
-
A
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMAO4 Kr:45° 0

@D1

T

aifl

B
D1
2D
ap
ST <{yECTNEs {
L r'Jrrl-.lT'—'l-'-J‘J
i W
od
D
Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
R L @D @D, od L Ap max ol
FMAO04-125-B40-OF07-08 e o 125 136 40 63 5 8 B 3.9
FMAO04-160-B40-OF07-10 e O 160 171 40 63 5 10 B 5.9
FMA04-200-C60-OF07-12 e O 200 211 60 63 5 12 C 7.6 OFKR0704
FMA04-250-C60-OF07-16 e O 250 261 60 63 5 16 C 133
FMAO04-315-D60-OF07-20 o o 315 321 60 63 5 20 D 203
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert OFKR0704
@D 125-315
w Adjustable LOM5*15.1
screw
@ | Cassette (eft) LOFO7L
@Y | Cassette (right) LOFO7R
@ Screw (wedge) DM8*21X
¢ Wedge (left) Wo2L
&/ | Wedge (right) WO2R
)_ Wrench (loca- WT20T
tor)
)_ Wrench WHA40T
(wedge)
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

2 Ideal machining conditions OFKR L 1.C S
£ Normal machining conditions 07 04 745 | 1794 | 4.76
MiIIing inserts &  Unfavourable machining conditions
OF** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
K B O (2]1@) 98
N St TR
S CEI K] OBBB
H
Ne—— M NN NNN N — E
1SO RIggeIAddLReSeqNgesaLre 2 g3
JO0U==20000Q000U0LULYU U =&
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
OFKR0704-DF 0.8 o °
-
OFKR0704-DM 0.8 {3 ) L) ° ° °
. | OFKR0704W-DM 0.8 o o °
OFKR0704-LH 0.8 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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FMAO7 "~

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 KO5-K25

M20-M30 M20-M30

Chip breakers

-PF -PM

« Low cutting forces « General application
- Very sharp + Good balance between
stability and sharpness

2x8 cutting edges




Indexable milling race milling

Face milling

FMAO7 Kr:45° 0

Turning

D1
2D

ap

L1

@ﬁ

Weldon-Schaft

od

Milling

Stock Dimensions [mm] Inserts
Article S Teeth
"IR|L| @ | @D, | od | L L | ayme .
FMAO07-025-XP20-ON06-02 e O 25 37 20 45 95 4 2 0.2
FMAO07-025-XP20-ON06-02C Sk e o 25 37 20 45 95 4 2 0.2
, ONHU0604
C FMAO07-032-XP25-ON06-02C X e © 32 44 25 55 111 4 2 0.4
FMAO07-040-XP25-ON06-03 e O 40 52 25 50 106 4 3 0.4
FMAO07-032-XP25-ON08-02 e O 32 47 25 55 11 5 2 0.4
FMAO07-032-XP25-ON08-02C ke o 32 47 25 55 1m 5 2 0.4
o FMAO07-040-XP25-ON08-03 e O 40 55 25 55 111 5 3 0.5 ONHUO08T5
é FMAO07-040-XP25-ON08-03C Xk e o 40 55 25 55 111 5 3 0.5
E FMAO07-050-XP25-ON08-04 e O 50 65 25 55 111 5 4 0.6
® Ex stock o0 On demand
*< With internal cooling
D Spare parts
Insert ONHU0604 ONHU08T5
@D 25-40 32-50
_c
s 2 W | screw (insert) 160M4*10 I60M5*13
c ©
= (S
0 O
= E )- Wrench (insert) WT20IT
/’ Wrench (insert) WT15IS
<
[
©
£
System code B22 Grade selection B20 Technical info Cutting data B216

B42



Face

milling

Indexable milling

2 Ideal machining conditions ONHU L 1.C S d
& Normal machining conditions 06 04 | 6.58 |15.875| 4.76 4.4
Milling inserts 4%  Unfavourable machining conditions 087T5 | 837 | 202 | 577 | 53
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
K B O (2]1@) 98
N St TR
S CEI K] OBBB
H
Ne—— M NN NNN N — E
1SO r1geddmLgeeqgReslLre |2 s
JO0U==20000Q000U0LULYU U =&
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
ONHU060408-PF 08 |® o o °
. ONHU08T508-PF 08 |e ° (¢} ° °
ONHU060408-PM 08 |e ° o0 ® O
. ONHUO08T508-PM 08 |e® ° o0
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
i) Ideal machining conditions ONHU L 1.C S d
£ Normal machining conditions 08 T5 6.9 20.5 6 53
Milling inserts &  Unfavourable machining conditions
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B BMHBSs & ShBwe OO O
M| DBDBDHBSE DHPhezz OO0 O
K Dy O SO &8
N St SEEC
S g2 63 OSBBB
H
N e— M~ — ~NAN|— n NN oo g
IS0 r 222888 SeRSsRRugR 2 53
JO0US=5S0000R000uuulu O =«
[~ R a R e R a R va R ea ) lfaa R 'a B a'a B o'a M a'a WY 'a Wi a'a Wi 'a R e b= =z [alya)
SES>>>>>>>>>>>>>>>> |5 [>=>
. ONHUO08T508-W 0.8 [ ] O
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMAO7 Kr:45° 0

B44

Stock Dimensions [mm] Inserts
. - .

Article sl Rl L . oD, o ) .. Teeth Coupling .
FMAO07-050-A22-ON06-05 e O 50 62 22 40 4 5 A 0.3
FMAO07-050-A22-ON06-05C Xk e o 50 62 22 40 4 5 A 0.3
FMAO07-063-A22-ON06-06 e O 63 75 22 40 4 6 A 0.5
FMAO07-063-A22-ON06-06C Xk e o 63 75 22 40 4 6 A 0.5
FMAO07-080-A27-ON06-07C kK e o 80 92 27 50 4 7 A 1
FMAO07-080-B27-ON06-07 e O 80 92 27 50 4 7 B 1
FMAO07-080-B27-ON06-07C X e o 80 92 27 50 4 7 B 1
FMAO07-100-B32-ON06-08 e O 100 112 32 63 4 8 B 1.9 ONHU0604
FMAO07-100-B32-ON06-08C Xk e o 100 112 32 63 4 8 B 1.9
FMAO07-125-B40-ON06-09 e O 125 137 40 63 4 9 B 35
FMAO07-125-B40-ON06-09C Xk e o 125 137 40 63 4 9 B 35
FMAO07-160-C40-ON06-11 o o 160 172 40 63 4 1 @ 43
FMAO07-200-C60-ON06-13 o o 200 212 60 63 4 13 @ 6.4
FMAO07-250-C60-ON06-15 o o 250 262 60 63 4 15 @ 134
FMAO07-315-D60-ON06-17 o o 315 327 60 80 4 17 D 21.9
FMAO07-063-A22-ON08-05 e O 63 78 22 40 5 5 A 0.5
FMAO07-063-A22-ON08-05C Xk e o 63 78 22 40 5 5 A 0.5
FMAO07-080-A27-ON08-06C Sk e o 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
FMAO07-080-B27-ON08-06C kK o o 80 95 27 50 5 6 B 0.9
FMAO07-100-B32-ON08-07 e O 100 115 32 63 5 7 B 1.8
FMAO07-100-B32-ON08-07C Xk e o 100 115 32 63 5 8 B 3.1 ONHUO08T5
FMAO07-125-B40-ON08-08 e O 125 140 40 63 5 8 B 3.1
FMAO07-125-B40-ON08-08C kK e o 125 140 40 63 5 8 B 3.1
FMAO07-160-C40-ON08-10 e O 160 175 40 63 5 10 @ 4.1
FMAO07-200-C60-ON08-12 e o 200 215 60 63 5 12 @ 6.1
FMAO07-250-C60-ON08-14 e o 250 265 60 63 5 14 @ 12
FMAO07-315-D60-ON08-16 e o 315 330 60 80 5 16 D 21

® Ex stock o On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216



racemiling INdexable milling

Spare parts
Insert ONHU0604 ONHUO08T5
@D 50-315 63-315
W | screw (insert) 160M4*10 I60M5*13 u : F
)- Wrench (insert) WT20IT !
i
/’ Wrench (insert) WT15IS a

(Z)  Ideal machining conditions ONHU L I.C S d
£2  Normal machining conditions 06 04 | 6.58 |15.875| 4.76 4.4
Milling inserts g%  Unfavourable machining conditions 087T5 | 837 | 202 | 577 | 53
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3B3 MDBE & DHPkE OO O
M| DBHBDBE DoPhezz OO0 O
K B2 O SO0 &8
N 8 SEEC
S CCI X OSBBB
H
0C G B
150 r|§888882%588887880D b 52
JOU=S=5S0000R000u0ulu O =«
[~ R a R e R a R v el faa R 'a B a'a B o'a N a'a B 'a Wi a'a B 'a B aa b= =z [alya)
S>>>>>>>>>>>>>>>>> |5 |>>
ONHU060408-PF 08 |e® o o °
. ONHU08T508-PF 08 |e® ° o ° °
ONHU060408-PM 08 |e ° o0 ® O
. ONHU08T508-PM 0.8
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions ONHU L 1.C S d
&2 Normal machining conditions 08 T5 6.9 20.5 6 53
Milling inserts 4% Unfavourable machining conditions
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [ODBHBBE B BOBHEE OO O
M| ©B35D5B8 BOBeEe OO0 O
, K 8% O S0 &
N &8 SRS
S I X O8BLBE&
H
N_B - Y
13 r 8228880588858 8)R b 5o
OUU===00Quauuuuouly U =«
DO DO DO DD D DDODDDDODDDARZ = [a)ya)
S>>>>>>>>>>>>>>>>> |5 |5
. ONHU08T508-W 0.8 ° o

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

® Ex stock o0 On demand

System code B22 Grade selection B20 Technical info B447 Cutting data B216

B4e



FMAT11"”

New face mill generation

Double sided, extra thick insert with 8 cutting edges.
Large rake angle reduces cutting forces.

More stability for larger cutting depths.

Wiper geometry for better surface quality.

Insert grades

YBC302 YBM253 YBD152

cvD cvD cvD
. P15-P35 P10-P40 K05-K25
8 cutting edges
YBD252 NBG205 MB9320
cvD PVD PVD
K15-K35 P10-P30 P15-P25

M20-M30 M20-M30

Chip breakers
-GM -GR
B - General machining E - Stable cutting edge
-E -W
- Sharp cutting edge + Wiper geometry for
« First choice for stainless best surface quality
steel

Insert sizes

9.0mm

a,max:

SNEG1205ANR- SNEG1506ANR- SNEG1907ANR-
GM/GR GM/GR GR
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Face milling

Face milling

FMA11 Kr:45° 0

B4s

"] . Lrﬁzlﬂl_l"r T "] [ﬁ | T'I-IHI-I;
1 I||||l'|_|||||l I||||ITI||||I
ad od
C D
Stock Dimensions [mm] Inserts
. - .

Article sl Rl L . oD, o ) .. Teeth Coupling E
FMA11-063-A22-SN12-05 ° 63 74.47 22 40 5.5 5 A 0.55
FMA11-063-A22-SN12-06 ° 63 74.47 22 40 55 6 A 0.58
FMA11-080-A27-SN12-06 ° 80 91.47 27 50 5.5 6 A 1.14
FMA11-100-B32-SN12-07 ° 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-07C Koo 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-10C B ) 100 11147 32 50 55 10 B 1.42

SNEG1205

FMA11-125-B40-SN12-08 ° 125 13647 40 63 5.5 8 B 2.86
FMA11-125-B40-SN12-08C e 125 13647 40 63 55 8 B 2.86
FMA11-125-B40-SN12-12C LI 125 13647 40 63 5.5 12 B 2.86
FMA11-160-C40-SN12-10 ° 160 17147 40 63 55 10 @ 4.06
FMA11-160-C40-SN12-15 ° 160 17147 40 63 5.5 15 @ 4.06
FMA11-200-C60-SN12-14 ° 200 212.08 60 63 55 14 @ 6.89
FMA11-063-A22-SN15-05 ° 6377422407 5 A os6
FMA11-080-A27-SN15-06 ° 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 oo 100 1144 32 50 7 7 B 1.47
FMA11-100-B32-SN15-09C K e 100 1144 32 50 7 9 B 1.47
FMA11-125-B40-SN15-08 ° 125 1394 40 63 7 8 B 2.7
FMA11-125-B40-SN15-08C X oo 125 1394 40 63 7 8 B 2.7 SNEG1506
FMA11-125-B40-SN15-10C e 125 14025 40 63 7 10 B 3.1
FMA11-160-C40-SN15-10 ° 160 1744 40 63 7 10 @ 3.92
FMA11-160-C40-SN15-13 ° 160 17525 40 63 7 13 @ 4.14
FMA11-200-C60-SN15-12 ° 200 2144 60 63 7 12 @ 5.46
FMA11-250-C60-SN15-14 ° 250 2644 60 63 7 14 @ 11.26
FMA11-315-D60-SN15-18 o 315 3294 60 80 7 18 D 20

® Ex stock o0 On demand

*< With internal cooling

System code B22 Grade selection B20 Technical info B447 Cutting data B216



racemiling INdexable milling

Stock Dimensions [mm] Inserts
Article P Teeth Coupling
) R|L| @D @D, od L Ap max B
FMA11-125-B40-SN19-07 ° 125 14263 40 63 9 B 3
FMA11-125-B40-SN19-07C e 125 14263 40 63 9 B 3
FMA11-160-C40-SN19-09 ° 160 167.63 40 63 9 C 4.25
SNEG1907
FMA11-200-C60-SN19-11 ° 200 217.63 60 63 9 i C 6.18
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
FMA11-315-D60-SN19-16 o 315 332,63 60 80 9 16 D 209
® Ex stock o On demand
* With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 63-200 63-315 125-315
v Screw (insert) 160M3.5%10 160M5*13 143M6*16
/’ Wrench (insert) WT15IS
)- Wrench (insert) WT20IT WT25IT
SNEG L 1.C S d
iZ)  Ideal machining conditions 12 05 7.6 12 476 | 46
&  Normal machining conditions 1506 | 94 15 5.54 5.5
Milling inserts g Unfavourable machining conditions 1907 | 121 | 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P B3B3 BMDBSs & ShBwe OO O
O° O
N M| DBDBDHBSE DHPhezz OO O
K Dy O SO &8
N St SEEC
S g2 63 OSBHBB
H
N—.—mE;NNl—NQmNNNNN; E
IS0 rbs 2228880 RSSRSS M RL |0 55
VUU==2=200Q00c000UU0ULYUYY 9 - N
[~ R a R e R a R va R ea ) lfaa R 'a B a'a i o'a B a'a B 'a Wi a'a B o'a R aa ) b= =z [ala)
SES>>>>>>>>>>>>>>>> |5 [>=>
SNEG1506ANR-E 09 |13 °
SNEG1205ANR-GM 08 |1.05 e °
E SNEG1506ANR-GM 09 |13 |e °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

SNEG L 1.C S d
@  Ideal machining conditions 1205 | 76 12 | 476 | 46
€2 Normal machining conditions 1506 | 94 15 554 | 55
Milling inserts & Unfavourable machining conditions 19 07 | 121 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o P SBBDBBR B SBBBE 00 O
(XS
M| SHBODBE SBHBze 00 O
K S O 80 &
N & B
S =W OSBLB&
H
NF—mE;NN—NomNNNNN; :‘—:
ISO r | bs R RYaaon R C2EEJdRRaa2l= |= |55
VUU=Z=220000aa00000YY | =Aq
[~agea e e N e e R e o a R aa MY a WYaa N aa S 'a MY wa Y 'a WY aa | =4 =z [alya)
S>>>>>5>>>>>>>>>>>> | >
SNEG1205ANR-GR 0.8 |1.05|e ° °
E SNEG1506ANR-GR 09 |13 |e ° °
SNEG1907ANR-GR 1 |167|e ° oo

® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(D) Ideal machining conditions SNEG 1.C S d
£2  Normal machining conditions 12 05 12 12 4.76 4.6
Mi||ing inserts &  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SGRGHBE O Sohee OO0 O
M| SBDODHEB Shhes OO0 O
K s O SO LK
N St SPEX)
S & 93 OBBH
H
[3a] oo o~ N NN AN AN =
N — — = 5= — — —
IS0 Nningesligurselesqnguyge v 53
VUU=Z=220000a0000vVY vy <) = A
e e e e e R e N e wa | e Wiea WY a'a JiYa'a MY a'a W a'a WY a'a B o'a MY 'a ) g z [alya)
S>E>>>5>>>>>>>>>>>>> |5 |[>>
l SNEG1205ANR-W 0.6 (0.8 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216

Bs0



Face mill

Bl 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
MBIV1253 N(B G205 YBD152
PVD PVD cvD
P20-P40 P10-P30 KO5-K25

M10-M30 M10-M30

16 cutting edges

Chip breakers

-GM

a, max

ONHUO08T624R-GM

3D cutting edges




Indexable milling

Face milling

Face milling

FMA12 Kr:45° 0

Turning

Milling

Stock Dimensions [mm] Inserts
Article sk Teeth Coupling —_—
"IR|L| o0 | @D, | @d L | apmm @
FMA12-063-A22-ON08-05 ° 63 78 22 50 5 5 A 0.6
FMA12-080-A27-ON08-06 ° 80 95 27 50 5 6 A 0.97
C FMA12-100-B32-ON08-07 ° 100 115 32 50 5 7 B 1.28
FMA12-100-B32-ON08-07C Ke 100 115 32 50 5 7 B 1.28
FMA12-125-B40-ON08-08 ° 125 140 40 63 5 8 B 2.59
ONHU08T6
FMA12-125-B40-ON08-08C Kooe 125 140 40 63 5 8 B 2.59
FMA12-160-C40-ON08-10 ° 160 175 40 63 5 10 C 4.1
o
£ FMA12-200-C60-ON08-12 ° 200 215 60 63 5 12 C 5.68
E FMA12-250-C60-ON08-14 o 250 265 60 63 5 14 @ 11.9
FMA12-315-D60-ON08-18 o 315 330 60 80 5 18 D 20.41
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert ONHU08T6
. S @D 63-315
S =
£ g
6 5 v Screw (insert) 160M5*13
IO~
=
Wrench (insert) WT20IT
<
[
©
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216

Bs2



racemiling INdexable milling

2 Ideal machining conditions ONHU L 1.C S d
& Normal machining conditions 087T6 | 638 | 20.2 6.3 53
4% Unfavourable machining conditions

Milling inserts

ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
K B O (2]1@) 98
N St TR
S CEI K] OBBB
H
Ne—— M NN NNN N — E
1SO r1geddmLgeeqgReslLre |2 s
J00===200|00Q0000U0OVOLY U |=&
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>E>>>>>>>>>>>>>>>5 > > >
% : ONHUO08T624R-GM 24 ° o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
B> Bs3
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Indexable milling race milling
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Bs4
ZCC-CT



FMDO0Z2

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 PVD cvD cvD

P15-P35 P10-P40 K05-K25 K15-K35
2x5 cutting edges
Chip breakers
-CF -CM -CR -PF -PM -PR
- Castiron machining - Steel
67° a,max=5mm 67° a,max =7.5mm

7.5mm

5mm

- Entry angle Kr = 67° « Screw clamping

- Wedge clamping -« Wiper
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Indexable milling race milling

Face milling

FMDO2 Kr:67° 0

Bs6

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

Article sl Rl L . oD, o ) .. Teeth Coupling .
FMDO02-050-A22-PN11-04 e o 50 60.1 22 50 5 4 A 0.6
FMD02-050-A22-PN11-04C o o 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-05 e O 50 60.1 22 50 5 5 A 0.6
FMD02-050-A22-PN11-05C Xk e o 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C Sk e o 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 e O 63 73.1 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C Xk e o 63 73.1 22 50 5 6 A 0.9
FMDO02-080-A27-PN11-06 e O 80 90.1 27 50 5 6 A 1.1
FMD02-080-A27-PN11-06C Xk e o 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-08 e O 80 90.1 27 50 5 8 A 1.2
FMD02-080-A27-PN11-08C Xk e o 80 90.1 27 50 5 8 A 1.2
FMD02-100-B32-PN11-07 e O 100 110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C Xk e o 100 110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-10 e O 100 110.1 32 50 5 10 B 1.9
FMDO02-100-B32-PN11-10C % o o 100  110.1 32 50 5 10 B 1.9 PNEGTTOS
FMDO02-125-B40-PN11-08 e o 125  135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C %k o o 125 1351 40 63 5 8 B 29
FMDO02-125-B40-PN11-12 e O 125 1351 40 63 5 12 B 3.2
FMDO02-125-B40-PN11-12C kK o o 125 1351 40 63 5 12 B 32
FMDO02-160-B40-PN11-10 e O 160  170.1 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 e O 160  170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 210.1 60 63 5 12 @ 7.9
FMDO02-200-C60-PN11-16 e o 200 2101 60 63 5 16 @ 85
FMDO02-200-C60-PN11-20 o o 200 210.1 60 63 5 20 @ 85
FMDO02-200-C60-PN11-24 e o 200 2101 60 63 5 24 @ 8.6
FMDO02-250-C60-PN11-14 o o 250 260.1 60 63 5 14 @ 13.4
FMDO02-250-C60-PN11-18 e o 250 260.1 60 63 5 18 @ 18
FMDO02-250-C60-PN11-30 o o 250 260.1 60 63 5 30 @ 13.5
FMDO02-315-D60-PN11-26 e O 315 3251 60 80 5 26 D 245

® Ex stock o0 On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216



racemiling INdexable milling

Spare parts
Insert PNEG1105
@D 50- 315
v Screw (insert) 160M4*10
Wrench (insert) WT15IS

(Z)  Ideal machining conditions PNEG L I.C S d
&3 Normal machining conditions 11 05 54 |15.875| 556 | 4.64
Milling inserts &¥ Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBBBDBHE DB ShBEeE OO0 O
M| DHDBDBSH ShBwe OO0 O
K D O SO £
N & StEC
S ECI X (OISR AR
H
N—n—mE;NNl—NQmNNNNNE E
IS0 bs |am S 23QRBLR2S883 5302 |2 |55
UUU=2=22000V0a0000Y0LVUYYVY 9 - N
[ea g e e R a R el ajiaa ) Noa Riea lifea Riea fifea Riea Miaa B s M ea ) 0= b4 [alya)
S>>>>>>>>>>>>>>>>5 |5 [>>
PNEG110512L-CF 1.6 o
. PNEG110512R-CF 1.6 5 °
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 1.6 5
PNEG110512L-CR 1.6 5
. PNEG110512R-CR 1.6 5
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions PNEG L 1.C S d
&€ Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
Milling inserts 4% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHbBE O SooeeE OO0 O
M| SeHB5ER S OO0 O
K o O SO LK
N &b PR
S ECI X OBHBB
H
() oo o~ N NN NN =
N — — — o= — — —
150 bs 3. SRTELBRRESREE R0 2 |55
VUU=2=22000000U00VYUYLY U |=Aq
[oa e e R e e R e i e R va | aa Biaa WY a'a JiYa'a MY a'a B o'a WY a'a B o'a MY 'a =g = [alya)
S>E>>>5>>>>>>>>>>>>> |5 |[>>
PNEG110512L-PF 16 | 75 |o
PNEG110512R-PF 16 | 75 |e o
PNEG110512L-PM 16 | 75 |o
e PNEG110512R-PM 16| 75 |e
PNEG110512L-PR 16 | 75 |o
PNEG110512R-PR 16 | 75 |o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
B58 l"
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racemiling INdexable milling

Face milling

FMDO02 Kr:67° 0

Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IR|L| @D | @D, | ed | L | aymm .
FMD02-080-A27-PN11-10 e O 80 90.1 27 50 5 10 A 13
FMD02-080-A27-PN11-10C Sk o o 80 90.1 27 50 5 10 A 1.3
FMDO02-100-B32-PN11-14 e O 100 110.1 32 50 5 14 B 1.6
FMDO02-100-B32-PN11-14C Sk e o 100 110.1 32 50 5 14 B 1.6
FMDO02-125-B40-PN11-18 e O 125 135.1 40 63 5 18 B 3.2 PNEG1105
FMDO02-125-B40-PN11-18C Sk o o 125 1351 40 63 5 18 B 3.2
FMD02-160-B40-PN11-22 e O 160  170.1 40 63 5 22 B 5.8
FMDO02-200-C60-PN11-28 o o 200 210.1 60 63 5 28 C 8.5
FMD02-200-C60-PN11-36 o o 200 210.1 60 63 5 36 C 8.5
® Ex stock © On demand
* With internal cooling
Spare parts
Insert PNEG1105
@D 80-200
@ Screw (wedge) DM6%20A
"ﬁ Wedge W18N
Wrench
) (wedge) WTTSIT
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions PNEG L I.C S d
&€ Normal machining conditions 11 05 54 |15.875| 556 | 4.64
MiIIing inserts &  Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHBDBBRE B SO8GBHEB OO O
M| DHODBEB SOBBHE OO0 O
K G O S0 &
N &5 SR
S ECI ODBHBB
H
NF—mE;NN—NomNNNNN‘— t‘—:
ISO bs |aamx |2 R ISR 2R2 |2 |55
UUU=S222000UUVVUYULYLYY O |=AQ
e e e e e R e N e wa | e Wi e'a WY a'a JiYe'a MY a'a W a'a WY a'a WY c'a N 'a ) =g z [alya)
S>E>>>>>>>>>>>>>>>>> |5 |>>
PNEG110512L-CF 16 | 5 o
. PNEG110512R-CF 1.6 5 °
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 16 | 5 °
PNEG110512L-CR 1.6 5
. PNEG110512R-CR 16 | 5

® Ex stock

0 On demand

HC' Coated carbide
HT  Uncoated cermet

HC? Coated cermet
HW Uncoated carbide
() Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
Milling inserts & Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShhRe 00 O
M| DBBODBEB ShHhes OO0 O
K B O SO L
N St B &
S CCI ] OBBHB
H
N-—-—mEENN‘—NomNNNNN; :‘—:
1SO bs g | @RI II0 A2 SRIIINR2dls |= |55
VUU=Z=220000a00U00vuYvuy Y] = N
[ e N e R a R ea ) fea e fifa'a W 'a Wifaa B e ifaa B e e b= =z an
S>> >>>>>>>>>5 |5 [>>
PNEG110512L-PF 16 | 75 |o
e PNEG110512R-PF 16 | 75 |e o
PNEG110512L-PM 16 | 75 |o
e PNEG110512R-PM 16 | 75 |e °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i

B60



racemiling INdexable milling

2 Ideal machining conditions PNEG L 1.C S d
& Normal machining conditions 11 05 7.5 |15.875| 556 | 4.64
Milling inserts 4% Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5&BBHB% & SooReE OO0 O
M| Se38B563 SHhoBee OO0 O
K B O (21@) €8
N &b PR
S CCI X OBBB
H
[aad oo o~ N NN 2
N — — = I — — —
IS0 bs |am|S2SRRBLRCSIIIN3 282 |2 |55
UUU=2=220000a00VU0uyyuyv O = N
[oa e e e e e N e e | lfaa Wi e'a JiYa'a JiYe'a MY 'a W e'a WY o'a B c'a MY 'a ) 94 = (alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
PNEG110512L-PR 16 | 75 |o ()
e PNEG110512R-PR 16 | 75 |o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
#
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Indexable milling race milling

Face milling

FMDO2 Kr:55° 0

A

Turning

g
= Stock Dimensions [mm] Inserts
= Article % Teeth Coupling AN
R/ L| @D L Ap max ==
FMDO02-080-A27-HN09-08 o 80 50 6 8 A 1.19
FMDO02-080-A27-HN09-10 o o 80 50 6 10 A 1.1
C FMDO02-100-B32-HN09-10 o 100 50 6 10 B 1.77
FMDO02-100-B32-HN09-14 o o 100 63 6 14 B 26
FMDO02-125-B40-HN09-14 o 125 63 6 14 B 3.55
FMDO02-125-B40-HN09-18 o o 125 63 6 18 B 3.7
FMDO02-160-B40-HN09-18 ° 160 63 6 18 B 5.62
g FMDO02-160-B40-HN09-22 o o 160 63 6 22 B 5.6 HNEX0905
E FMD02-200-C60-HN09-22 o 200 63 6 22 @ 6.7
FMDO02-200-C60-HN09-28 o o 200 63 6 28 C 6.3
FMDO02-250-C60-HN09-28 o 250 63 6 28 @ 13
FMDO02-250-C60-HN09-36 o o 250 63 6 36 @ 10.3
FMDO02-315-C60-HN09-32 o 315 63 6 32 @ 21.7
FMDO02-315-C60-HN09-44 o 315 63 6 44 @ 21.7
D FMDO02-315-D60-HN09-44 o 315 63 6 44 D 21.7
® Ex stock o On demand
*< With internal cooling
T 9
=
£E
A ”<_C2 Spare parts
Insert HNEX0905
oD 80-315
@ Screw (wedge) DM6%*20A
E
"' Wedge W18N
< P (\C/vf;gC:) WT15IT
©
=
System code B22 Grade selection B20 Technical info B447 Cutting data B216

B62 g



racemiling INdexable milling

i@ Ideal machining conditions HNEX L 1.C S
£  Normal machining conditions 09 05 9.16 | 15.875| 5.56
Milling inserts &  Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOHDDBHE & ShBeEeE OO0 O
M| SBODH ShoBee OO0 O
K B O (2]@) o
N &b Dee
S 2 €3 ODBHD
S
H
Ne— =M= = NNl E
IS0 r S22 8882REeRgS @y |0 |5
O0U==20000R000U0LLU U =&
[Sa e R e e e W aa W aa i aa | e i a'a M a'a W a'a R a'a W a'a R a'a Wi o'a Wi a'a ) I~ =z [ala)
SE>>5S>>>>>>>>>>>>>5> |5 |>>
O HNEX090512-DF 1.2 o
O HNEX090512-DM 1.2 oo
O HNEX090512-DR 1.2 L)
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling

Face milling

Face milling

FMDO3 Kr: 60° 0

Stock Dimensions [mm] Inserts
. - .

Article sl Rl L . oD, o ) .. Teeth Coupling LG‘]
FMDO03-100-B32-LN20-05 ° 100 129 32 63 12 5 B 3.02
FMDO03-125-B40-LN20-06 ° 125 153 40 63 12 6 B 4.5
FMDO03-160-C40-LN20-08 e o 160 187 40 63 12 8 @ 6.9
FMDO03-160-C40-LN20-09 ° 160 187 40 63 12 9 @ 6.7 LNKT2007-ZR
FMD03-200-C60-LN20-10 e o 200 227 60 70 12 10 @ 10.5
FMDO03-250-C60-LN20-12 e o 250 276 60 70 12 12 @ 134
FMDO03-315-D60-LN20-15 o o 315 339 60 80 12 15 D 26.2
FMDO03-125-B40-LN25-05 o o 125 154 40 63 16 5 B 4.5
FMDO03-160-C40-LN25-06 e o 160 189 40 63 16 6 @ 6.9
FMDO03-200-C60-LN25-08 e o 200 229 60 70 16 8 @ 10.5
FMD03-250-C60-LN25-10 e o 250 278 60 70 16 10 @ 16.7 tNKT2510-2R
FMDO03-315-D60-LN25-12 e o 315 346 60 80 16 12 D 27.3
FMDO03-400-D60-LN25-16 o o 400 427 60 80 16 16 D 471

® Ex stock

* With internal cooling

Spare parts

o0 On demand

Insert LNKT2007-ZR LNKT2510-ZR
@D 100- 315 125 -400
W | screw (insert) I60M4*15 I60M5*17
v Screw (shim) 160M3*7 160M3.5%10.4
é Shim LLN20R-ZR LLN25R-ZR
/ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
_# | Wrench (shim) WT09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e

Be4

ZCC-CT



racemiling INdexable milling

i@ Ideal machining conditions LNKT L S d
£ Normal machining conditions 20 07 20 7.94 4.6
Milling inserts & Unfavourable machining conditions 2510 25 | 9525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBDBE & ShBReRE OO0 O
= M| Ssoos o088 00 O
.
w --——@—— od} F 17 K o8 o 80 &
—I—k\l
L S S £ 0 oYY 1
H
N——mE;NN\—NomNNNNN\— :_r;:
1SO W28l mlgeeal8a282 |2 |55
UUU=Z=220000a00U00uvuyY vy ©) = N
[ R a N e e i ea R ea) faa e Bia'a i o'a Mifa'a W e ifa'a B e R e ) b= =z [al¥a)
SE>>5>>>>>>>>>>>>>5> |5 |>>
LNKT2007DN-ZR 17 ° ° ° °
Lp-'] LNKT2510-ZR 18 o o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race miling

Face milling

FMEO2 Kr:75° 0

D1 |

()]
=

=

5
=

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
@D @D, od L Ap max
FME02-050-A22-SP12-04 ° 50 54 22 40 6 4 A 0.3
FME02-063-A22-SP12-05 ° 63 66 22 50 6 5 A 0.6
FME02-080-A27-SP12-06 ° 80 83 27 50 6 6 A 0.9 SPKT1204
C : SPKW1204
FMEO02-100-B32-SP12-07 ° 100 103 32 50 6 7 B 1.4
FMEO02-125-B40-SP12-08 ° 125 128 40 63 6 8 B 2.5
® Ex stock 0 On demand
o * With internal cooling
£
E
o
Spare parts
Insert SPKT1204
SPKW1204
oD 50-125
v Screw (insert) 160M5*%13.2
c
© O
O 4=
= g /’ Wrench (insert) WT20IS
g5
[}
e
x
[
e
=
System code ) B22 Grade selection ) B20 Technical info ) B447 Cutting data ) B216

e
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ZCCCT



racemiling INdexable milling

2 Ideal machining conditions SPKW L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 | 5.56
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBROBR DB ShBeRE OO0 O
T M| SBDHEB ShBee OO0 O
a.C|, : 3
~ Q K B O S0 98
od
& NG N & Do
Qs 11° S CCIE OBBB
90°\ L\l
H
Ne—— M NN~ N — E
1SO gddmugeegganR2L2 2 |55
UVUU=Z=2=20000aa0uLYuYuYvY ©) = N
[ e e e R e R ea ) faa e Bifa'a i o'a Mifaa WY oa ia'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
SPKW1204EDFR o
Q SPKW1204EDSR °
-_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(Z)  Ideal machining conditions SPKT L 1.C S d
&2 Normal machining conditions 1204 | 127 | 127 | 476 | 5.56
Milling inserts 4%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5B aB8 & SoBeE 00 O
M| SBDHEB ShBeE OO0 O
K D& O S0 €8
N &b PR
S CCIE OBBB
H
N——mE;NN—NomNNNNN; E
IS0 cR2dlBreesngsgRuage |2 |55
UUU=Z=220000a00U0uvuy vy ) = N
e e e e e R va N e R wa | ffea Wie'a WiYa'a JiYe'a Ny o'a W e'a WY a'a MY c'a MY 'a =g z (alya)
S>E>>>5>>>>>>>>>>>>> |5 [>>
E SPKT1204EDR °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMEO3 Kr:75° 0

i
i

K
\

r

Bes

Stock Dimensions [mm] Inserts
) . .

Article sl Rl L . oD, o ) .. Teeth Coupling -
FMEO03-080-A27-SP12-04 o o 80 84 27 50 6 4 A 1.1
FMEO03-100-B32-SP12-06 e O 100 104 32 50 6 6 B 1.9
FME03-125-B40-5P12-08 o o 125 129 40 63 6 8 B 35 SPKN1203
FMEO03-160-B40-SP12-10 e O 160 164 40 63 6 10 B 5.7 SPKR1203
FME03-200-C60-5P12-12 o o 200 203 60 63 6 12 C 82 SPEX1203
FMEO03-250-C60-SP12-16 o o 250 253 60 63 6 16 C 13.8
FMEO03-315-D60-SP12-20 o o 315 318 60 70 6 20 D 235
FMEO03-080-A27-SP15-04 o o 80 84 27508 4 A T
FMEO03-100-B27-SP15-06 o o 100 104 27 50 8 6 B 1.8
FME03-125-B40-5P15-08 e o 125 129 40 63 8 8 B 33 SPKN1504
FMEO03-160-B40-SP15-10 o o 160 164 40 63 8 10 B 54 SPKR1504
FME03-200-C60-5P15-12 o o 200 204 60 63 8 12 C 7.9 SPEX1504
FMEO03-250-C60-SP15-16 o o 250 253 60 63 8 16 C 13.6
FMEO03-315-D60-SP15-20 o o 315 318 60 70 8 20 D 231

® Ex stock o0 On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216



Indexable milling

Spare parts
SPKN1203 SPKN1203 SPKN1504
Insert SPKR1203 SPKR1203 SPKR1504
SPEX1203 SPEX1203 SPEX1504
@D 80-100 125-315 80-315
@ | Adustable LOMS5*15.1 LOMS5*15.1 LOMS5*15.1
screw
‘ Cassette (left) LSP12L LSP12L LSP15L
o Cassette (right) LSP12R LSP12R LSP15R h\
&P | screw (wedge) WM8*17 WM8*22 WMg*22 ’ x
Wedge (left) Wo04L WO04L Wo4L
= & ‘ S
&/ | Wedge (right) WO4R WO04R WO04R ’
)i- Wre“::r)('“a' WT20T WT20T WT20T
P Wrench WT25T WT25T WT25T
(wedge)
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions SPKN L 1.C S
A &2 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts 4%  Unfavourable machining conditions 1504 |15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o P ODHDBDBE D SOBEEE OO O
= M| SBODH BOBEHEE OO O
3 K B O SO &
N &b SR
S LI < ODBHBB
H
N =M= —=~NAN-NoWbNNNAN N = ‘L—)
B 1SO be |bs|R A0 MLRSSIQIRITRL2Y 2 |2 |55
VUU=Z=220000a00U00VUYYUY U |=Aq
feegoeeoeeeeoaeaas £ 29
SPKN1203EDEL 1 (14
SPKN1203EDER 1 (14
2 SPKN1203EDFL 1 14 °
= SPKN1203EDFR 1 14| o o .
= SPKN1203EDS31PL 1 (14
SPKN1203EDS31PR 1 (14 o
SPKN1203EDSKL 1 (14 °
SPKN1203EDSKR 1 |14 (3} o °
SPKN1203EDT31L 1 |14
C SPKN1203EDT31R 1 (14
SPKN1203EDTKL 1 (14
SPKN1203EDTKR 1 |14]o o o
. — SPKN1504EDEL 1 |14
c SPKN1504EDER 1 |14
T SPKN1504EDFL 1 |14 o
- SPKN1504EDFR 1 (14 o
SPKN1504EDL 1 (14 °
SPKN1504EDS32PL 1 (14
SPKN1504EDS32PR 1 |14 o e}
SPKN1504EDSKL 1 |14 o
D SPKN1504EDSKR 1 (14 ° ° ° °
SPKN1504EDT32PL 1 (14
SPKN1504EDT32PR 1 (14 o
= 5 SPKN1504EDTKL 1 |14
= ® SPKN1504EDTKR 1 14 o
é % ® Ex stock o On demand HC' Coated carbide
= e HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
E
)
2
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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2 Ideal machining conditions SPKR L 1.C S
£ Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts &  Unfavourable machining conditions 15 04 | 15.875|15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5&BBHB% & SooReE OO0 O
S M| Se38B563 SHhoBee OO0 O
K B O S0 €8
N &b PR
S CCIE < OBBB
H
m oo o~ N NN NN 2
N — — = I — — —
150 be |bs| SRS QRBLRSSRSII~NRLRR |2 |55
UUU=Z=220000a00U0uvuy vy v = N
[oa e e R e e v N e e | lfaa Rie'a MY a'a JiYe'a MY 'a W e'a WY o'a B o'a MY 'a ) g = (alya)
S>E>>>>>>>>>>>>>>>5 |5 |[=>
SPKR1203EDL-GM 1 (14 °
i : SPKR1203EDR-GM 1 114 °
- li
‘s | SPKR1504EDL-GM 1 (14 ° °
SPKR1504EDR-GM 1 |14
SPKR1203EDR 1 (14 o
-—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
iZ)  Ideal machining conditions SPEX 1.C S
&  Normal machining conditions 1203 | 127 | 3.8
Milling inserts &  Unfavourable machining conditions 15 04 |15.875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OBRBDBHE DB ShBEeERE OO0 O
M| DRDBHSH DhBws: OO0 O
K D O SO £
N St StEC
S LI OLBHBSB
H
N—‘—m;;NN\—NC,mNNNNNE E
1SO A|R|IIW|bs|RRRRaam2i2S2Id88R24 = | |85
UUU=Z=220000a0U0uuyuyY |O — N
[ea Qe e e R a R a jca jiyaa ) Noa Qiea Mifea Qiea fiea Biea Wi ea Qi s B e ) 0= P4 [ala)
S>E>>>>>>>>>>>>>>>> |5 |[>=>
SPEX1203EDL-1 15 | 500| 12.7 |10 o
SPEX1203EDR-1 15 | 500| 12.7 |10 o
— SPEX1504EDL-1 18.2 | 500 |15875| 10 o
SPEX1504EDR-1 18.2 | 500 [15875| 10 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMEO4 Kr:75° 0

) D1 )
ap} | | @D |
L T _;_ 1]
L
ad
C
Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IRIL| o0 | @D, | ed | L | apm LcT]
FMEO04-125-B40-LN15-06 e o 125 137 40 63 10 6 B 38
FMEO04-160-B40-LN15-08 e O 160 170 40 63 10 8 C 6.6
FME04-200-C60-LN15-10 e O 200 208 60 70 10 10 C 9.6 LNKT1506-ZR
FME04-250-C60-LN15-12 o o 250 257 60 70 10 12 C 134
FMEO04-315-D60-LN15-16 o o 315 328 60 80 10 16 D 252
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert LNKT1506-ZR
@D 125-315
v Screw (insert) 160M4*12
W™ | screw (shim) 160M3*7
& Shim LLN15-ZR -8 8
-
/’ Wrench (insert) WT15IS
_# | Wrench (shim) WT09IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
&
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racemiling INdexable milling

Ideal machining conditions LNKT L S d
£ Normal machining conditions 1506 |15875| 6.35 4.6
MiIIing inserts &  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBDBE & SOBEE OO O
= M| ssoos o088 00 O
T T T
w --——@—— od} F 17 K o8 o 80 &
—I—k\l
L S S oo oYY 1
H
N——mE;NN\—NomNNNNN\— E
1SO WISRddad Q22 JRR8R242 & |85
UUU=Z=Z2000000VU0uyvuyu O = N
e e e e e R e N e wa ) ffea W e'a WYa'a JiYe'a MY a'a W e'a Wi a'a WY c'a M 'a =g z (alya)
SE>>>>>>>>>>>>>>>5 |5 |>>
LNKT1506EN-ZR 14 ° e 0 00 °
LT
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

@D oD
# aﬁL e ap of o] [T
' " Ll T L
i “ ' _T_ : T
r . ad od
- A B
f i {2]8) 2D ,
aLH O Swiin R ——
L T L [N R gy ==
! T [ (I g T
AN ! P '
od
C D
Stock Dimensions [mm] Inserts
Article % Teeth Coupling
"IRIL| @D | ed | L | aym
—
FMPO01-080-A27-TP22-04 e O 80 27 50 18 4 A 1.2
FMP01-100-B32-TP22-06 e O 100 32 50 18 6 B 1.7
FMPO01-125-B40-TP22-08 e o 125 40 63 18 8 B 3.2
FMPO01-160-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 @ 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 o On demand
* With internal cooling
Spare parts
Insert TPKN2204 TPKN2204
@D 80-100 125-315
@@ | dustable LOMS5*15.1 LOMS5*15.1
screw
@P | Cassette (left) LTP4L1 LTP4L
@ | Cassette (right) LTP4R1 LTP4R
w Screw (wedge) WM8*12 WM8*22
& | Wedge (left WoaL WoaL
é Wedge (right) WO04R WO04R
P Wrench (loca- WT20T WT20T
tor)
A | rench WT25T WT25T
(wedge)
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

i@ Ideal machining conditions TPKN L 1.C S
£ Normal machining conditions 22 04 22 12.7 4.76
MiIIing inserts &  Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDHEB ShBee OO0 O
K B O (2]1@) 98
N St TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN; E
ISO be |bs an R R Faam Q22 dRR8R24= |[= |55
UVUU=Z=ZZ20000aa0YLYuYYYvY V) = N
[ R a g e e R ea R ea ) faa e Bifa'a i o'a Mifaa B e ifa'a B e Rifaa ) b= =z [al¥a)
S>E>>>>>>>>>>>>>>>> |5 [>>
TPKN2204PDFL 14 10.7(11° o
TPKN2204PDFR 1.4 10.7]11° o) °
TPKN2204PDL 14 [0.7(11° ° °
TPKN2204PDR 14 [0.7(11° )
TPKN2204PDS32PR 14 10.7(11° o o
WSS | TPKN2204PDSKL 14 [07/11°] o
TPKN2204PDSKR 14 [0.7(11° oo ° ° (3N} °
TPKN2204PDTKR 14 [0.7(11° °
TPKN2204PDTR 14 [0.7(11° o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

B76

@D |
5
L N T T T Frf frf 7
e e R i e
od
D
Dimensions [mm] Inserts
. - .
Article sz | Stock o5 o ) . Teeth Coupling j < |
—
FMP02-050-A22-SE09-05 ° 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C % ° 50 22 40 6.7 5 A 0.3
FMP02-063-A22-SE09-06 ° 63 22 40 6.7 6 A 0.5
FMP02-063-A22-SE09-06C % ° 63 22 40 6.7 6 A 0.5
FMP02-080-A27-SE09-08 ° 80 27 50 6.7 8 A 0.9
FMP02-080-A27-SE09-08C x ° 80 27 50 6.7 8 A 0.9
FMP02-100-B32-SE09-08 o 100 32 50 6.7 8 B 1.7 SEETO9TS
FMP02-100-B32-SE09-08C b o 100 32 50 6.7 8 B 1.7
FMP02-100-B32-SE09-10 o 100 32 50 6.7 10 B 1.7
FMP02-100-B32-SE09-10C % o 100 32 50 6.7 10 B 1.7
FMP02-125-B40-SE09-12 ° 125 40 63 6.7 12 B 2.6
FMP02-125-B40-SE09-12C b ° 125 40 63 6.7 12 B 2.6
FMP02-050-A22-§E i_2-03 o 50 22 40 108 3 _____ A 0.3
FMP02-050-A22-SE12-03C % o 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 ° 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-04C % ° 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 ° 63 22 40 10.8 4 A 0.4
FMP02-063-A22-SE12-04C x o 63 22 40 10.8 4 A 0.4
FMP02-063-A22-SE12-05 ° 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-05C b ° 63 22 40 10.8 5 A 0.4 SEET1203
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
FMP02-080-A27-SE12-04 o 80 27 50 10.8 4 A 0.9
FMP02-080-A27-SE12-04C x 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 % ° 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-08 ° 80 27 50 10.8 8 A 0.8
FMP02-080-A27-SE12-08C £ o 80 27 50 10.8 8 A 0.8
® Ex stock o On demand
* With internal cooling

System code B22 Grade selection B20 Technical info B447 Cutting data B216



Indexable milling

Dimensions [mm] Inserts
Article oz | Stock Teeth Coupling
' @D od L Ap max w
FMP02-100-B32-SE12-05 ° 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12-05C b o 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12-07 ° 100 32 50 10.8 7 B 1.2
FMP02-100-B32-SE12-07C S o 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 sk o 100 32 50 10.8 10 B 1.2
FMP02-125-B40-SE12-06 ° 125 40 63 10.8 6 B 3.1
FMP02-125-B40-SE12-06C sk o 125 40 63 10.8 6 B 3.1
FMP02-125-B40-SE12-08 ° 125 40 63 10.8 8 B
SEET1203
FMP02-125-B40-SE12-08C S o 125 40 63 10.8 8 B
FMP02-125-B40-SE12-12 ° 125 40 63 10.8 12 B 29
FMP02-125-B40-SE12-12C sk o 125 40 63 10.8 12 B 29
FMP02-160-C40-SE12-08 ° 160 40 63 10.8 8 C 4.1
FMP02-160-C40-SE12-12 [ 160 40 63 10.8 12 C 3.9
FMP02-200-C60-SE12-16 ° 200 60 63 10.8 16 @ 6.1
FMP02-250-C60-SE12-12 o 250 60 63 10.8 12 @ 1.1
FMP02-250-C60-SE12-18 ° 250 60 63 10.8 18 @ 10.9
FMP02-315-D60-SE12-24 o 315 60 63 10.8 24 D 216
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SEET09T3 SEET1203 SEET1203
@D 50-125 50 63-315

v Screw (insert) 160M3*7 160M3.5%10 160M3.5%12
w Screw (shim) SM5*7XA

Shim S12BSX
/ﬁ" Wrench (insert) WTO09IS WT15IS WT15IS
f’ Wrench (shim) WH35L
System code B20 Grade selection B447 Technical info B22 Cutting data B216

B77

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling race milling

Ideal machining conditions SEET L I.C S d
&€ Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 3.3
Milling inserts #  Unfavourable machining conditions 12 03 |13.308/13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShBee 00 O
=) M| DBDODHEB Shhes OO0 O
al.c ? i R
=i N @ o
N S o o 0BHY
90° L
H
NF—mE;NN—NomNNNNN‘— :‘—:
15O re29ddnl2l2S2ARIRaR2L - |2 |58
UVUU=Z=2=20000aa00uuuuuu Y] = N
[ e N e e R ea ) e e fifa'a i o'a Wifaa B e i aa B e e ) b= =z an
S>E>>>5>>>>>>>>>>>>> |5 |[>>
SEET120308-LH 0.8 o0 °
<&
-_—
SEET09T308PER-PF 0.8
ﬂ . ! SEET120308PER-PF 08 (@ @ o °
. | SEETO9T308PER-PM 0.8 ° °
!‘ . SEET120308PER-PM 08 |e® e 0o 00 ° °
SEET09T308PER-PR 0.8 ° °
!‘- SEET120308PER-PR 08 |e eeee O e o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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racemiling INdexable milling

Face milling

FMPO3 Kr: 89° 0 0

Stock Dimensions [mm] Inserts
. - .

Article s Rl L o0 o ) .. Teeth Coupling LD’]
FMP03-050-A22-LN12-04C 3k e o 50 22 40 7 4 A 0.3
FMP03-050-A22-LN12-05C Sk o o 50 22 40 7 5 A 0.3
FMP03-063-A22-LN12-05C L ) 63 22 40 7 5 A 0.5
FMP03-063-A27-LN12-05C kooe 63 27 50 7 5 A 0.64
FMP03-063-A22-LN12-06C 3k e o 63 22 40 7 6 A 0.5
FMP03-063-A27-LN12-06C e 63 27 50 7 6 A 0.65 LNKTT20608-2R
FMP03-063-A27-LN12-07C L ) 63 27 50 7 7 A 0.64
FMP03-080-A27-LN12-06C Sk e o 80 27 50 7 6 A 1
FMP03-080-A27-LN12-07C L ) 80 27 50 7 7 A 1
FMP03-100-B32-LN12-06 ° 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 e o 125 40 6 12 6 B 32
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 e O 200 60 70 12 10 C 7.5 LNKT1506EN-ZR
FMP03-250-C60-LN15-12 o 250 60 70 12 12 C 12.2
FMP03-250-C60-LN15-13 o 250 60 70 12 13 C
FMP03-315-D60-LN15-16 o o 315 60 80 12 16 D 237
FMP03-125-B40-LN20-06 O ------------ 1254063 --------- 1 6 6 B 3
FMP03-160-C40-LN20-08 e O 160 40 63 16 8 C 53
FMP03-160-C40-LN20-09 ° 160 40 63 16 9 C
FMP03-200-C60-LN20-10 e o 200 60 70 16 10 C 8.8 LNKT2007DN-ZR
FMP03-200-C60-LN20-11 o 200 60 70 16 11 C
FMP03-250-C60-LN20-12 e o 250 60 70 16 12 C 14
FMP03-315-D60-LN20-15 o o 315 60 80 16 15 D 239
FMP03-125-B40-LN25-05 O ----- C-J ------ 1 25406320 5 B = 4
FMP03-160-C40-LN25-06 e O 160 40 63 20 6 C 5.1
FMP03-200-C60-LN25-08 o O 200 60 70 20 8 C 8.9 LNKT2510-ZR
FMP03-250-C60-LN25-10 e o 250 60 70 20 10 C 12
FMP03-315-D60-LN25-12 o o 315 60 80 20 12 D 219

® Ex stock 0 On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Spare parts

Insert LNKT120608-ZR | LNKT1506EN-ZR | LNKT2007DN-ZR| LNKT2510-ZR
@D 50-100 125-315 125-315 125-315
v Screw (insert) 160M4*12 160M4*12 160M4*15 160M5%17
v Screw (shim) 160M3*7 160M3*7 160M3.5*%10.4
é Shim LLN15-ZR LLN20R-ZR LLN25-ZR
)!- Wrench (insert) WT20IT
/’ Wrench (insert) WT15IS WT15IS WT15IS
/’ Wrench (shim) WTO09IS WTO09IS WT15IS
LNKT L S d
12 06 12.7 6.65 4.4
(0 Ideal machining conditions 1506 |15875| 6.35 4.6
£ Normal machining conditions 20 07 20 7.94 4.6
MiIIing inserts &  Unfavourable machining conditions 2510 25 9.525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRbHBeE O SohHee OO0 O
] M| ©%00% SOoms 00 O
w --——@—— od} F 1t 4 K o% O 90 5
~
T A N (52} PR
L S S CCI X OBBH
H
m [\ o] o~ N NN =
N — — = 5= — — —
IS0 w2228 880uRSSeR88gs 5202 |2 |55
UUU==2=20000aa00uuyuyuuu v = A
[ R a N a s R a R ea ) faa e fifa'a B 'a Wifaa B o'a M a'a B 'a e b= z an
S>E>>>>>>>>>>>>>>>5 |5 >
LNKT120608-ZR 12 |e@ ° )
Lp"‘l LNKT1506EN-ZR 14 ° O
LNKT2007DN-ZR 17 ° ° °
LNKT2510-ZR 18 ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

Face milling

o |-
L
Dimensions [mm] Inserts
Article sz | Stock Teeth
‘ R | oD | od | L L | 2y
FMRO01-025-XP20-RC10-02 ° 5 25 20 30 100 5 2 0.2
FMRO01-025-XP20-RC10-02C x [ 5 25 20 30 100 5 2 0.2
RCKT10T3
FMRO01-032-XP25-RC10-02 [ 5 32 25 35 120 5 2 0.5
FMR01-032-XP25-RC10-02C * ] 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 ° 6 40 32 40 120 6 3 0.7
FMRO01-040-XP32-RC12-03C x ° 6 40 32 40 120 6 3 0.7 RCKT1204
FMRO01-050-XP32-RC12-03 ° 6 50 32 40 120 6 3 0.8 RCGX1204
FMRO01-050-XP32-RC12-03C x [ 6 50 32 40 120 6 3 0.8
® Ex stock o0 On demand
* With internal cooling
Spare parts
RCKT1204
Insert RCKT10T3 RCGX1204
@D 25-32 40-50
3
P | screw (insert 160M4*8.4 160M3.5%10 /ﬁt"‘a/ﬂ
. i{ | =

| Wrench (insert) WT155 WT155 T g
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

(0 Ideal machining conditions RCGX I.C S d
&2 Normal machining conditions 12 04 12 4.76 4
MiIIing inserts &  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
70 P ODHDBDBE D ShBee 00 O
e £ M| S800% SOOHe 00 O
@d]:“” K B O SO L
—
S CCI K] OBBH
H
NF—mE;NN—NomNNNNN; t‘—:
IS0 SRaamn 2223 RRaa2d= |= |55
VUU=Z=220000a0000vuY vy Y] = N
[ e N e e R ea ) e e fifa'a i o'a Wifaa B e i aa B e e ) b= =z an
S>> >>>>>>>>>5 |5 [>=>
RCGX1204MO-LH °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
() Ideal machining conditions RCKT 1.C S d
£2  Normal machining conditions 12 04 12 4.76 4
Milling inserts 4% Unfavourable machining conditions 10 T3 10 3.97 44
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORGHBRE 6 ShBee 00 O
M| SBDODHEB ShhRs OO0 O
K B O SO L
N &b SPEX)
S X OBBH
H
N.—‘—mL‘RENN\—NoLﬁNNNNN; E
IS0 SRaan 2223 RRaAa2d= |= |55
VUU=Z=2200/00a0V0U00VYUY U |=q
e e e e e R e N e wa | e Wiaa WY a'a JiYa'a MY a'a WY a'a WY a'a B e'a MY 'a ) =g z [alya)
S>E>>>5>>>>>>>>>>>>> |5 |[>>
RCKT10T3MO-DM L3N ° °
" .r RCKT1204MO-DM L3N ] e 00 ° °
. RCKT1204MO-DR oo L) o o
RCKT1204MO-ER °
RCKT1204MO-NM ° ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216

Bs2



racemiling INdexable milling

Face milling

N R
@i é‘}:

ég,' E

)
—
C
Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 o ) . Teeth | Coupling @
FMR02-050-A22-RC12-05C £ (] 6 50 22 40 6 5 A 0.7
FMR02-052-A22-RC12-05C E [ 6 52 22 40 6 5 A 0.7
FMRO02-063-A22-RC12-04 o 6 63 22 40 6 4 A 0.7
FMR02-063-A22-RC12-04C e 6 63 22 40 6 4 A 0.7 RCGX1204

RCKT1204
FMRO02-063-A22-RC12-06 ° 6 63 22 40 6 6 A 0.7 RCMW120
FMR02-063-A22-RC12-06C b ° 6 63 22 40 6 6 A 0.7
FMR02-080-A27-RC12-07C £ ° 6 80 27 50 6 7 B 0.7
FMR02-100-B32-RC12-08C E ° 6 100 32 50 6 8 B 0.89
FMRO02-063-A22-RC16-04 ° 8 63 22 40 8 4 A 0.7
FMRO02-063-A22-RC16-04C E o 8 63 22 40 8 4 A 0.7
FMR02-066-A27-RC16-05C ] ° 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-RC16-05C N o 8 80 27 50 8 5 B 0.7
FMR02-080-B27-RC16-07 ° 8 80 27 50 8 7 B 0.7 RCKT1606
FMR02-100-B32-RC16-06 ° 8 100 32 63 8 6 B 1.2
FMRO02-100-B32-RC16-06C b ° 8 100 32 63 8 6 B 1.2
FMRO02-125-B40-RC16-07 ° 8 125 40 63 8 7 B 25
FMRO02-160-B40-RC16-10(FB) o 8 160 40 63 8 10 B 3.94
FMR02-200-C60-RC16-12FB ° 8 200 60 63 8 12 C 5.4
FMR02-080-A27-RC20-04 ° 10 80 27 50 10 4 A 0.7
FMR02-080-A27-RC20-04C £ (] 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-RC20-05C X ° 10 100 32 63 10 5 B 1.2
FMRO02-100-B32-RC20-06 ° 10 100 32 63 10 6 B 1.2
FMR02-100-B32-RC20-06C £ ° 10 100 32 63 10 6 B 1.2 RCKT2006
FMR02-125-B40-RC20-06 ° 10 125 40 63 10 6 B 1.2
FMR02-125-B40-RC20-06C £ ° 10 125 40 63 10 6 B 1.2
FMR02-125-B40-RC20-07 ° 10 125 40 63 10 7 B 2.2
FMRO02-125-B40-RC20-07C £ ° 10 125 40 63 10 7 B 2.2
FMRO02-160-B40-RC20-08 ° 10 160 40 63 10 8 B 4.2

® Ex stock o0 On demand
** With internal cooling

System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' R | @D | od | L | am
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 RCKT2006
FMRO02-250-C60-RC20-11 10 250 60 63 10 11 C 8.37
® Ex stock 0 On demand
*< With internal cooling
Spare parts
RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006
RCMW120
@D 50-100 63-200 80-250
v Screw (insert) 160M3*10 160M5*%13 143M6*16
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT WT25IT
() Ideal machining conditions RCGX I.C S d
£2  Normal machining conditions 12 04 12 4.76 4
MiIIing inserts &  Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHRGBE O ShHhee OO0 O
BI.C M| B8BGaSB SHBBE 00 O
K B O SO £
N St Dee
S CCI ) OBHDB
H
N =D AT HRNAN=-ANo LA NN A& E
150 fFRddnLgeSeNRINR2Q2 |2 |55
VUU=2=22000V0a0000LVYYvY & = N
[ea g e e N a R el allaa ) oa Riea il e Wiea fifaa Rl ea Mifaa Wi o'a R e ) 0= P4 [ala)
S>>>>>>>>>>>>>>>>5 |5 [>>
RCGX1204MO-LH °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
B22 Grade selection B20 Technical info B447 Cutting data B216

System code

Bs4



racemiling INdexable milling

2 Ideal machining conditions RCKT I.C S d
£ Normal machining conditions 12 04 12 4.76 4

4% Unfavourable machining conditions

Milling inserts

20 06 20 6.35 6.55
16 06 16 6.35 5.56

RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRODBR DB LB OO0 O
M| SBDHEB ShBee OO0 O
K B O (2]@) 98
N St TR
S CEI ] OBBB
H
NF—mEENNFNou\NNNNN; E
1SO LR dm2l22dRRark2l s |2 |53
UVUU=Z=2=20000aa0VYLYYYYvY V) = N
[ R a g e e e R ea ) faa e Bifa'a i e'a Mifaa W oa Wifa'a B e Riaa ) b= =z [al¥a)
S>E>>>>>>>>>>>>>>>> |5 [>>
RCKT1204MO-DM o0 o0 0 ° °
" "a RCKT1606MO-DM o0 ¢} ° °
RCKT2006MO-DM ® O °
. RCKT1204MO-DR L) o0 o o
1“-',- RCKT1606MO-DR e o0 o ° ° o
RCKT2006MO-DR °o 0 ° ° °
RCKT1204MO-ER °
@ RCKT1606MO-ER .
RCKT2006MO-ER °
RCKT1204MO-NM ° ° °
@ RCKT1606MO-NM ° °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
2 Ideal machining conditions RCMW 1.C S d
£ Normal machining conditions 12 04 12 476 4.1
&% Unfavourable machining conditions
Milling inserts
RN** negative insert BL (CBN) BH (CBN)
i P
70
2iC L M
odf 1 K ©
ap j N
S S &
H O3
IS0 Gomax|= N T =
[aalaaliyaa) [aa)
¥¥Y¥ ¥
a RCMW1204MO-PCBN 2.7 o
® Ex stock o On demand
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

Turning

\ .
ﬂ ©
od
‘ . 0
& ~
E. % ‘ 7 L1
B 6 R L
()]
=
E Dimensions [mm] Inserts
Article sl | Stock Teeth
‘ R | oD | od | L L | 2y @
-
FMR03-016-XP16-RD08-02 ° 4 16 16 25 100 4 2 0.1
FMR03-016-XP16-RD08-02C sk o 4 16 16 25 100 4 2 0.1
RDKW0803
C FMR03-025-XP25-RD08-02 ° 4 25 25 30 100 4 2 0.3
FMR03-025-XP25-RD08-02C b ° 4 25 25 30 100 4 2 0.3
FMR03-032-XP32-RD10-02 ° 5 32 32 40 120 5 2 0.7
, RDKW10T3
FMR03-032-XP32-RD10-02C b ° 5 32 32 40 120 5 2 0.7
o FMR03-040-XP32-RD12-03 ° 6 40 32 40 120 6 3 0.7
£ FMR03-040-XP32-RD12-03C sk L] 6 40 32 40 120 6 3 0.7
= RDKW1204
5 FMR03-050-XP32-RD12-04 ° 6 50 32 40 120 6 4 0.8
FMR03-050-XP32-RD12-04C b ° 6 50 32 40 120 6 4 0.8
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert RDKW0803 RDKW10T3 RDKW1204
. g @D 16-25 32 40-50
S =
c ©
< €
9 8 v Screw (insert) 160M3*7 160M4*10 160M4*10
= Y—
=
y/ Wrench (insert) WTO9IP WT15IP WT15IP
x
[
©
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
Bsg6 '



racemiling INdexable milling

RDKW 1.C S d
(Z)  Ideal machining conditions 08 03 8 3.18 34
£  Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts &8 Unfavourable machining conditions 12 04 12 4.76 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBRODBR DB LB OO0 O
M| SBDHEB ShBee OO0 O
a K B O (2]@) 98
© @d
N St TR
o
bx‘ b EEREEERLULU
H
Ne—— M= NN NowmoNNNN N~ E
150 af28dmLgeSyRRaR242 |2 |83
O0U==20000R000U0LLUYU U =&
[ R a g e e e R ea ) faa e Bifa'a i e'a Mifaa W oa Wifa'a B e Riaa ) b= =z [al¥a)
S>E>>>>>>>>>>>>>>>> |5 [>>
RDKW0803MO ° °
w RDKW10T3MO ° o °
| ooanzoamo oo coe o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

Dimensions [mm] Inserts
i s
Article s | Stock N o0 o L ) _— Teeth @
e
FMR03-015-G16-XS-RD0702-02 ° 35 15 16 40 88 35 2
FMR03-015-G16-XS-RD0702-02C b o 3.5 15 16 40 88 3.5 2
FMR03-015-G16-S-RD0702-02 ° 3.5 15 16 60 108 3.5 2
FMR03-015-G16-S-RD0702-02C b o 35 15 16 60 108 35 2
FMR03-015-G20-M-RD0702-02 ° 3.5 15 20 80 130 35 2
FMR03-015-G20-M-RD0702-02C %k o 35 15 20 80 130 35 2 RDKW0702
FMR03-015-G20-L-RD0702-02 o 35 15 20 100 150 35 2
FMR03-015-G20-L-RD0702-02C S o 3.5 15 20 100 150 3.5 2
FMR03-015-G25-XL-RD0702-02 ° 3.5 15 25 120 176 3.5 2
FMR03-015-G25-XL-RD0702-02C b o 3.5 15 25 120 176 3.5 2
FMR03-020-G20-XS-RD1003-02 o 5 20 20 40 90 5 2
FMR03-020-G20-XS-RD1003-02C 5k o 5 20 20 40 20 5 2
FMR03-020-G20-S-RD1003-02 ° 5 20 20 60 110 5 2
FMR03-020-G20-S-RD1003-02C S o 5 20 20 60 110 5 2
FMR03-020-G25-M-RD1003-02 ° 5 20 25 80 136 5 2
FMR03-020-G25-M-RD1003-02C x o 5 20 25 80 136 5 2 RDKW1003
FMR03-020-G25-L-RD1003-02 ° 5 20 25 100 156 5 2
FMR03-020-G25-L-RD1003-02C £ o 5 20 25 100 156 5 2
FMR03-020-G25-XL-RD1003-02 ° 5 20 25 120 176 5 2
FMR03-020-G25-XL-RD1003-02C sk o 5 20 25 120 176 5 2
® Ex stock o On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
Bas >



racemiling INdexable milling

Spare parts
Insert RDKW0702 RDKW1003
@D 15 20
W | screw (insert) 160M2.5%5.0 I60M3.5%7.7
< | Wrench (insert) WTO7P WT15P

(Z)  Ideal machining conditions RDKW I.C S d
£2  Normal machining conditions 07 02 7 2.38 2.7
Milling inserts € Unfavourable machining conditions 1003 | 10 | 318 | 39
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P B3B3 MDBE & DHPkE OO O
M| DBHDBE SHoBeE OO0 O
e K B2 O 10) &8
- gd
N 8 St
M b EEREBRBLL
H
" BB - |
150 28508 s8R gs 2@ b g2
UUU=2=2=20000aaV0uuuuuu ) = N
[~ R a R e R a R v R aa ) faa R 'a B a'a B o'a N a'a B 'a Wi a'a B o'a R aa ) b= = (alya)
S>>>>>>>>>>>>>>>>> |5 |>>
RDKW0702MO-1 ° °
RDKW0702MO-2 °
0 RDKW1003MO-1 o o L)
| eokwio03mo-2 .
RDKW1003MO-3 () °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

FMRO4 0

A

Turning

0

Milling

Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling
' R | @D | od | L | aym o
L=
FMR04-050-A22-RD12-03 ° 6 50 22 40 6 3 A 0.3
FMR04-050-A22-RD12-03C b ° 6 50 22 40 6 3 A 0.3
RDKW1204
C FMR04-063-A22-RD12-04 ° 6 63 22 50 6 4 A 0.5
FMR04-063-A22-RD12-04C £ ° 6 63 22 50 6 4 A 0.5
FMR04-080-B27-RD16-05 ° 8 80 27 50 8 5 B 1.2
FMR04-080-B27-RD16-05C b ° 8 80 27 50 8 5 B 1.2
RDKW1605
FMR04-100-B32-RD16-06 ° 8 100 32 50 8 6 B 1
()]
£ FMRO04-100-B32-RD16-06C £ ° 8 100 32 50 8 6 B 1
E FMR04-125-B40-RD20-06 o 10 125 40 63 10 6 B 1.9
FMRO04-125-B40-RD20-06C sk o 10 125 40 63 10 6 B 1.9
RDKW2006
FMR04-160-B40-RD20-07 o 10 160 40 63 10 7 B 3.7
FMR04-160-B40-RD20-07C N o 10 160 40 63 10 7 B 3.7
® Ex stock 0 On demand
D ** With internal cooling
c
= O Spare parts
E © Insert RDKW1204 RDKW1605 RDKW2006
S % @D 50-63 80-100 125-160
v &
=< o Clamp WD-204 WD-207
W | screw (clamp) 160M4*10 I60M5*13
v Screw (insert) 160M3.5%10 160M5*%13 143M6*16
E \5./ Wrench (clamp) WT15IP
) Wrench (clamp) WT20IT
. 3,/ Wrench (insert) WT15IP
[
_g ) Wrench (insert) WT20IT WT25IT
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
Boo I"
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racemiling INdexable milling

RDKW 1.C S d
2 Ideal machining conditions 12 04 12 4.76 44
£ Normal machining conditions 16 05 16 5.56 55
Milling inserts & Unfavourable machining conditions 2006 | 20 | 635 | 65
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P &o®B3HBR & ShoRe OO0 O
M| DBRBDBE SoBee: OO0 O
a K D& O (21@) €8
!
N St ST
M A BB EE B BeRe
H
M — — ~N =
150 82g8gogoeRggnghgb |b oo
JO0U=S==20000R0000u00u U =&
e e e R e e e N e R wa | lfea Rie'a WY a'a JiYe'a Ny 'a W o'a WY o'a M c'a MY 'a ) g = (alya)
SES>S>>>>I>>>>>>>>>5 |5 [=>
RDKW1204MO ° o o oo o0 o0 °
0 RDKW1605MO ° e O @
| oowz006mo o e« o
RDKW2006MO-3 L4
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling race milling

Face milling

A

Turning

()]
£
E Dimensions [mm] Inserts
Article e | Stock Teeth
R @D od L 2 max «@
-’
FMR04-042-A16-RD1003-06 ° 5 42 16 44 5 6
FMR04-042-A16-RD1003-06C sk ° 5 42 16 44 5 6
C FMR04-052-A22-RD1003-06 o 5 52 22 50 5 6 RDKW1003
FMR04-052-A22-RD1003-07 [ 5 52 22 50 5 7
FMR04-052-A22-RD1003-07C £ ° 5 52 22 50 5 7
FMR04-042-A16-RD12T3-05 ° 6 42 16 42 6 5
FMR04-042-A16-RD12T3-05C S ° 6 42 16 42 6 5
o
£ FMR04-052-A22-RD12T3-05 ° 6 52 22 50 6 5
= FMR04-052-A22-RD12T3-05C sk ° 6 52 22 50 6 5
o RDKW12T3
FMR04-066-A27-RD12T3-06 ° 6 66 27 50 6 6
FMR04-066-A27-RD12T3-06C £ ° 6 66 27 50 6 6
FMR04-080-A27-RD12T3-07 [ 6 80 27 50 6 7
FMR04-080-A27-RD12T3-07C S ° 6 80 27 50 6 7
D FMR04-052-A22-RD1604-04 ° 8 52 22 50 8 4
FMR04-052-A22-RD1604-04C 5k [ 8 52 22 50 8 4
FMR04-052-A22-RD1604-05 o 8 52 22 50 8 5
FMR04-052-A22-RD1604-05C *® ° 8 52 22 50 8 5
= g FMR04-066-A27-RD1604-05 [ 8 66 27 50 8 5
"E’ % FMR04-066-A27-RD1604-05C S ° 8 66 27 50 8 5
6 g FMR04-080-A27-RD1604-06 ° 8 80 27 52 8 6
o O : RDKW1604
= j= FMR04-080-A27-RD1604-06C b (] 8 80 27 52 8 6
FMRO04-100-B32-RD1604-07 ° 8 100 32 52 8 7
FMR04-100-B32-RD1604-07C x® ° 8 100 32 52 8 7
FMRO04-125-B40-RD1604-08 [ 8 125 40 52 8 8
FMR04-125-B40-RD1604-08C £ ° 8 125 40 52 8 8
E FMRO04-160-B40-RD1604-09 ° 8 160 40 52 8 9
FMRO04-160-B40-RD1604-09C S o 8 160 40 52 8 9
® Ex stock o0 On demand
~ * With internal cooling
[
©
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling
Spare parts
Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-160
o Clamp WX16N
H Clamp LOM3.57.1
v Screw (clamp) 160M4.5*10
v Screw (insert) 160M3.5%7.7 160M3.5*7.7 160M3.5%7.7 160M4.5%10 160M4.5%10
)- Wrench (clamp) WT20T
y/ Wrench (clamp) WT15P
/ﬁ Wrench (insert) WT20T WT20T
5,/ Wrench (insert) WT15P WT15P WT15P
RDKW 1.C S d
i) 1deal machining conditions 10 03 10 318 | 3.9
£ Normal machining conditions 1273 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 &5&HBHB% & Sooee OO0 O
M| DBRBDBE ShoBee: OO0 O
a K D& O (21@) €8
e !
N St PR
M A EEEEBELUL
H
M — — ~N =
150 8228 gogoeRggnghgb |b oo
JO0U=S=20000R000u0uyu U =«
e e e R e e v N e R wa | lfea Riea WY a'a JiYe'a Ny 'a R e'a WY o'a W c'a MY 'a 54 z (alya)
SES>S>>>>>>>>>>>>>> |5 [=>
RDKW1003MO-1 o0 L)
RDKW1003MO-2 °
RDKW1003MO-3 ° °
RDKW12T3MO-1 L ) o0 0
w RDKW12T3MO-2 () o °
| RokwiaTamo-s . .
RDKW1604MO-1 oo L) °
RDKW1604MO-2
RDKW1604MO-3 o0 ° ° ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

Bo4

/ ap
. / @D j - ] ad
<\ ®
- L
Straight shank
Dimensions [mm] Inserts
i s
Article sz | Stock o0 o . ) . Teeth &
S

EMPO01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-G16-AP11-01C x o 12 16 25 85 10.5 1 0.1
EMPO01-016-G16-AP11-02 ° 16 16 25 90 10.5 2 0.1
EMP01-016-G16-AP11-02C b ° 16 16 25 20 10.5 2 0.1
EMP01-020-G20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-02C sk o 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-03 ° 20 20 30 100 10.5 3 0.2
EMP01-020-G20-AP11-03C S ° 20 20 30 100 10.5 3 0.2 APKTITT3
EMP01-025-G25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C 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 £ ° 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 S o 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 £ ° 32 32 40 125 155 3 0.7
EMP01-040-G32-AP16-03 ° 40 32 42 130 15.5 3 0.7
EMPO01-040-G32-AP16-03C S ° 40 32 42 130 15.5 3 0.7
EMPO01-040-G32-AP16-04 ° 40 32 42 130 15.5 4 0.8 APKT1604
EMP01-040-G32-AP16-04C b ° 40 32 42 130 15.5 4 0.8
EMP01-050-G32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-050-G32-AP16-05C % o 50 32 45 135 15.5 5 1
EMP01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 1.4
EMP01-063-G32-AP16-06C b o 63 32 45 135 15.5 6 14
® Ex stock o On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216



Square shoulder milling Indexable mi"ing

Spare parts
Insert APKT11T3 APKT1604
@D 12-32 25-63
W | screw (insert) I60M2.5%6.5T
v Screw (insert) 160M4*8.4 ,%
= LY
3/ Wrench (insert) WTO08IP ‘;%-:! =
/’ Wrench (insert) WT15S -
(Z)  Ideal machining conditions APKT L S d
£2  Normal machining conditions 11 T3 | 1224 3.6 2.8
MiIIing inserts &  Unfavourable machining conditions 16 04 |17.877| 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P oosoos © ©0098% 00 O
r
; p—— M| DBHBDBE DoPhezz OO0 O
w| ) el K @8 O 80 %
: 110 [ N 69 63 %
H
NP\—mE;NNFNQmNNNNNL‘; k;J
ISO r WIS Rddam Q229 ~R824 2 |2 |53
VUU=Z=220000a00000u0uvuyYY |O — N
[~ R a R e R a R v R aa ) faa R 'a B a'a B o'a N a'a B 'a Wi a'a B o'a R aa ) b= =z [alya)
S>>>>>>>>>>>>>>>>5 | [>>
APKT11T304-ALH 04 | 65 ° [ BN ]
m APKT11T308-ALH 0.8 | 6.5 ° o0
APKT160408-ALH 0.8 |9.33 [ L)
APKT11T304-APF 04 | 6.5 °
E APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 |9.33 ° o o
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 0.8 | 6.5 ° ) °
APKT11T312-APM 1.2 | 65 () ° °
APKT11T316-APM 16 | 6.5 () ) °
g APKT11T320-APM 2 6.5 () ) °
APKT160408-APM 0.8 |9.33 ° L) °
APKT160416-APM 1.6 9.33 ° ° °
APKT160420-APM 2 933 () ° °
APKT160424-APM 24 1933 () [ °
APKT160430-APM 3 1933 () ) °
APKT11T304-LH 04 | 65
@D -~
-— APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

@ Ideal machining conditions APKT L S d
A &2 Normal machining conditions 11 T3 | 1224 36 2.8
Milling inserts 4%  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o s P SOROBHE O ShBee 00 O
r
= ; — M| DBDODHEB Shhes OO0 O
E w| fooC)of e K @ O 80 %
: 110 . N 69 69 %‘%
880 L S * ‘%% 0696969
H
NF—mE;NN—NomNNNNN; t‘—:
1SO r W IR RadamlQ228dRI~NI2A= |2 |85
UUU==2=20000aa00uuuuu V) = N
[ e N e e R ea ) e e fifa'a i e'a Wifaa WY e ifaa B e e ) b= =z an
S>E>>>>>>>>>>>>>>>> |5 |[>>
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 08 | 6.5 o o [
o)}
c a APKT11T312-PF 1.2 | 65 )
E | APKT11T316-PF 16 | 6.5 o
APKT160408-PF 0.8 19.33 ° o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |0 @ @ o0 o ° °
APKT11T308-PM 08 |65 |0 @ oo 000 ° o0 °
- APKT11T312-PM 1.2 | 65 o o ) o
C TS| APKT11T316-PM 16 | 65 o o e o©
APKT160408-PM 08 |1933/e @ @ @ @ @ 0 o ° o0 °
APKT160416-PM 16 |933|0 [
APKT11T304-PR 04 | 65 o o o
2 APKT11T308-PR 08 | 65 o
= f=3 X
B a— APKT11T312-PR 1.2 | 65 o
APKT11T316-PR 16 | 65 o
APKT160408-PR 0.8 9.33 o
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
D HW Uncoated carbide
[
© O
5
EE
o O
=
<
[
ke
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

Square shoulder milling

ap
op| e B Vi Y
L1
L
Weldon shank
Dimensions [mm] Inserts
i 3
Article sz | Stock o0 o . ) . Teeth &
—
EMPO01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-XP16-AP11-01C x o 12 16 25 85 10.5 1 0.1
EMPO01-016-XP16-AP11-02 ° 16 16 25 90 10.5 2 0.1
EMP01-016-XP16-AP11-02C x ° 16 16 25 90 10.5 2 0.1
EMP01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMPO01-020-XP20-AP11-02C x ° 20 20 30 100 10.5 2 0.2
EMP01-020-XP20-AP11-03 ° 20 20 30 100 10.5 3 0.2
EMPO01-020-XP20-AP11-03C x ° 20 20 30 100 10.5 3 0.2 APKTITTS
EMPO01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMPO01-025-XP25-AP11-03C x ° 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-04 ° 25 25 35 115 10.5 4 0.4
EMPO01-025-XP25-AP11-04C £ ° 25 25 35 115 10.5 4 0.4
EMP01-032-XP32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMPO01-032-XP32-AP11-04C x o 32 32 40 125 10.5 4 0.7
EMPO1-025-XP25-AP16-02 ° 25 » 35 115 15.5 2 0.4
EMPO01-025-XP25-AP16-02C x ° 25 25 35 115 15.5 2 0.4
EMP01-032-XP32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMP01-032-XP32-AP16-03C £ ° 32 32 40 125 155 3 0.7
EMP01-040-XP32-AP16-04 ° 40 32 42 130 15.5 4 0.8
EMPO01-040-XP32-AP16-04C x ° 40 32 42 130 15.5 4 0.8 APKT1604
EMPO01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
EMPO01-050-XP32-AP16-05C x ° 50 32 45 135 15.5 5 1
EMP01-063-XP32-AP16-06 o 63 32 45 135 15.5 6 14
EMPO01-063-XP32-AP16-06C x o 63 32 45 135 15.5 6 1.4
® Ex stock 0 On demand
> With internal cooling

System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Spare parts

Insert APKT11T3 APKT1604
@D 12-32 25-63
W | screw (insert) I60M2.5%6.5T
P Screw (insert) 160M4*8.4
/5" Wrench (insert) WT15S
3/ Wrench (insert) WTOS8IP

5

A
I8 /

() Ideal machining conditions APKT L S d
£2  Normal machining conditions 11 T3 | 1224 3.6 2.8
MiIIing inserts &  Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
] s P &SBRHBeE DB SHHBRE OO O
; —— M| S8DHBE DHHRE OO0 O
SV I _ ....... o K o8 O 7o) &
B 1= N & SEEC
H
Ne—=—M— NNl NNNN N ‘k—J
1SO rlwigddmugeegaglal2y2 (2 |55
UUU=2=22000VUaV0VUUVUYLYLYVY U |=Aq
LLLLLRLRLLLL22R2RQE £ £9
APKT11T304-ALH 04 | 6.5 ° o0
m APKT11T308-ALH 0.8 | 6.5 ° e o
APKT160408-ALH 0.8 {9.33 ° o0
APKT11T304-APF 04 | 6.5 °
E APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 |9.33 ° o o
APKT11T304-APM 04 | 65 ° ° °
APKT11T308-APM 0.8 | 6.5 ° ° °
APKT11T312-APM 1.2 | 65 () ° °
APKT11T316-APM 16 | 65 ° ° °
u APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 |9.33 ° [ 3} °
APKT160416-APM 1.6 1933 ° ° °
APKT160420-APM 2 (933 () ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 65
,& APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 {9.33
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts 4%  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SBROBR DB ShBeRE OO0 O
r
; — M| SBDHEB ShBee OO0 O
w| fo ) fl e K 8% O +1e) %
: 17 N € D
880 L S %’é %‘% O 69 69 69
H
N-——REENN\—NomNNNNNE E
1SO r WIS R2dadn 2t dRR~Na2&= |= |55
UVUU=Z=2=20000aa00YLYYuYvY V) = N
[ e N e e e R ea ) faa e Bifa'a i o'a Mifaa S oa ifa'a B e Riaa ) b= =z [al¥a)
S>>>>>>>>>>>>>>>>> |5 [>>
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 08 | 6.5 o ) )
a APKT11T312-PF 1.2 | 65 o
WS | APKT11T316-PF 16 | 6.5 o
APKT160408-PF 0.8 19.33 ° o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 e @ @ I o ° °
APKT11T308-PM 0.8 | 6.5 ° e 0o 0 0 0 ) L) °
o APKT11T312-PM 1.2 | 65 o o ) o
TS| APKT11T316-PM 16 | 65 ° o e o
APKT160408-PM 08 933/ @ @ @ @ @ 0 o ° o0 °
APKT160416-PM 16 [9.33|0 )
APKT11T304-PR 04 | 65 o o o
APKT11T308-PR 0.8 | 6.5 o
& APKT11T312-PR 12 | 65 o
APKT11T316-PR 1.6 | 6.5 o
APKT160408-PR 0.8 [9.33 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllllng Square shoulder milling

Square shoulder milling

EMPO2 Kr:90° 0 0

(]

'E’ "’ } ap @D
(& i = = —=]]]%
) WSTTTT
UL g 1L
ad '
C
Dimensions [mm] Inserts
. - .
Article sz | Stock o5 o ) . Teeth Coupling o
T
EMP02-040-A16-AP11-04C x® o 40 16 40 11 4 A 0.237
EMP02-040-A16-AP11-05C * o 40 16 40 11 5 A 0.177
EMP02-050-A22-AP11-06 o 50 22 40 11 6 A 0.3
EMP02-050-A22-AP11-06C £ o 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-07C b ° 50 22 40 1 7 A 0.39
EMP02-063-A22-AP11-08 ° 63 22 40 11 8 A 0.6
EMP02-063-A22-AP11-08C x o 63 22 40 11 8 A 0.6
EMP02-063-A22-AP11-09C x® o 63 22 40 11 9 A 0.54 APKTITTS
EMP02-080-A27-AP11-08 o 80 27 50 11 8 A 1.2
EMP02-080-A27-AP11-08C x® o 80 27 50 11 8 A 1.2
EMP02-080-A27-AP11-10C £ ° 80 27 50 11 10 A 1.13
EMP02-100-B32-AP11-10 ° 100 32 50 1 10 B 1.7
EMP02-100-B32-AP11-10C £ o 100 32 50 1 10 B 1.7
EMPO02-125-B40-AP11-10 ° 125 40 63 11 10 B 342
EMP02-040-A16-AP16-03 o 40 16 40 15.5 3 A 0.17
EMP02-040-A16-AP16-04C £ o 40 16 40 155 4 A 0.17
EMP02-050-A22-AP16-05 ° 50 22 40 15.5 5 A 0.3
EMP02-050-A22-AP16-05C b ° 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 40 155 6 A 0.5
EMP02-080-A27-AP16-06C x o 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 15.5 7 A 1.1
EMP02-080-A27-AP16-07C £ o 80 27 50 15.5 7 A 1.1 APKT1604
EMP02-100-B32-AP16-08 o 100 32 50 15.5 8 B 1.6
EMP02-100-B32-AP16-08C b ° 100 32 50 15.5 8 B 1.6
EMPO02-125-B40-AP16-06C S ° 125 40 63 155 6 B 3.18
EMPO02-125-B40-AP16-10 [ 125 40 63 15.5 10 B 3.2
EMPO02-125-B40-AP16-10C £ o 125 40 63 155 10 B 3.2
EMP02-160-B40-AP16-07C £ ° 160 40 63 15.5 7 B 43
EMP02-160-B40-AP16-10 o 160 40 63 155 10 B 6.3
® Ex stock o On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Square shoulder milling Indexable mi"ing

Dimensions [mm] Inserts
Article e | Stock Teeth Coupling ;
. @D od L Ap max @ |
T
EMP02-160-B40-AP16-10C £ 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 APKT1604
EMP02-250-C60-AP16-12 o 250 60 63 15.5 12 @ 11.2
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604
@D 40-125 40-250
v Screw (insert) 160M4*10
v Screw (insert) 160M2.5%6.5T
_# | Wrench (insert) WTO8IS WT15IS
i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 11 T3 | 1224 3.6 2.8
Mi“ing inserts & Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OB ODBR B ShBeRE OO0 O
r
; — M| SBDHEB DShBeeE OO0 O
w| fo ) fl e K o8 O &80 %
: 110 | N 69 69 %‘1%
880 L S %’é * 0696969
H
N——mE;NN\—NomNNNNN\— E
1SO rwigeddaneegReaaerE |2 |ss
UUU=Z=220000a00U0uvuyY vy ©) = N
[ R a g e e R ea R ea) e e Bia'a e Mifaa WY oa ifa'a B e Rifaa ) b= =z [alya)
S>> >>>>>>>>>5 |5 [=>
APKT11T304-ALH 04 | 6.5 ° o0
T | APKT11T308-ALH 08 | 65 . oo
——
APKT160408-ALH 0.8 |9.33 [ LI
APKT11T304-APF 04 | 65 °
u APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 |9.33 ° o ¢}
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

@ Ideal machining conditions APKT S d
&2 Normal machining conditions 11 T3 | 12.24 3.6 2.8
Milling inserts &  Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBDBE D SOBEEE OO O
; p—— M| SBODH BOBEHEE OO O
wl b _ ....... R K o8B O 80 &
: 1971 N € B
880 L S * ‘%% O 69 €9 69
H
NF—mE;NN—NomNNNNN; t‘—:
1SO r WIS Rdadmn 2R 22 3R~ 2d&= |= |55
VUU=Z=2200/00a00U00VUYYUY U |=q
feegeeeoeeeeoaeaas £ 29
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 0.8 | 6.5 [ ° °
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 65 ° ° °
H APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 {9.33 () ° °
APKT160416-APM 1.6 1933 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 /933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5
,& APKT11T308-LH 08 | 65
APKT160408-LH 0.8 {9.33
APKT11T304-PF 04 | 65 o ° ° °
APKT11T308-PF 0.8 | 6.5 o °
@ APKT11T312-PF 1.2 | 65 o
W= | APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 {9.33 ° o e ° °
APKT160430-PF 3 [933|0
APKT11T304-PM 04 |65 |0 @ @ L I o ° °
APKT11T308-PM 08 |65 |e @ e o0 00 ° oo °
= APKT11T312-PM 1.2 | 65 o o ° o
TS| APKT11T316-PM 16 | 65 ° o e o©
APKT160408-PM 08 |933/e @ @ @ @ @ 0 o ° (3N ) °
APKT160416-PM 1.6 |9.33|0 [
APKT11T304-PR 04 | 6.5 o o o
APKT11T308-PR 0.8 | 6.5 o
& APKT11T312-PR 12|65 o
APKT11T316-PR 16 | 65 o
APKT160408-PR 0.8 |9.33 o
® Ex stock o0 On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

Square shoulder milling

EMPO3 Kr: 90° & o 0
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Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling |No. of inserts i =g
' @D e od L @ LR
k-
EMP03-050-A22-AP11-04 ° 50 39 22 58 4 A 16 0.5
EMP03-050-A22-AP11-04C x o 50 39 22 58 4 A 16 0.5
EMP03-063-A27-AP11-04 ° 63 39 27 58 4 A 16 0.9
EMP03-080-B32-AP11-05 o 80 39 32 63 5 B 20 1.3 APKT11T3
EMP03-080-B32-AP11-05C %k o 80 39 32 63 5 B 20 13
EMPO03-100-B40-AP11-06 ° 100 39 40 63 6 B 24 2
EMP03-100-B40-AP11-06C £ o 100 39 40 63 6 B 24 2
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3
@D 50-100
v Screw (insert) 160M2.5%6.5T
/ Wrench (insert) WTO08IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

@ Ideal machining conditions APKT L S d
&2 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts &  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBDBE D SOBEEE OO O
; p—— M| SBODH BOBEHEE OO O
wl b _ ....... R K o8B O 80 &
: 1971 N € B
880 L S * ‘%% 0696969
H
NF—mE;NN—NomNNNNN; t‘—:
1SO rWRRddm 2RSS 3RR~Nal= |= |55
VUU=Z=220000a00U00VUYYUY U |=q
feegeeeoeegeoaeaas £ 29
APKT11T304-ALH 04 |6.5 ° ° o
m APKT11T308-ALH 0.8 | 6.5 ° o0
APKT11T304-APF 04 |65 °
‘! APKT11T308-APF 0.8 |6.5 °
APKT11T304-APM 04 |65 ° ° °
APKT11T308-APM 0.8 [6.5 [ ° °
u APKT11T312-APM 1.2 |65 ° ° °
APKT11T316-APM 16 6.5 ° ° °
APKT11T320-APM 2 |65 ° ° °
APKT11T304-LH 04 |65
,& APKT11T308-LH 0.8 | 6.5
APKT11T304-PF 04 |6.5 o ° ° °
@ APKT11T308-PF 0.8 | 6.5 o °
WS | APKT11T312-PF 12 6.5 o
APKT11T316-PF 1.6 |6.5 o
APKT11T304-PM 04 |65|0 @ @ L I ) ° °
- APKT11T308-PM 08 [65|e @ oo 000 ° oo °
W | APKT11T312-PM 12 |65 o o e o©
APKT11T316-PM 1.6 |6.5 ° o ° o
APKT11T304-PR 04 |65 o o o
= APKT11T308-PR 0.8 [6.5 o
TS| APKT11T312-PR 12 |65 o
APKT11T316-PR 16 |6.5 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

Square shoulder milling

EMP04 Kr:90° 0 0 &

@D

-od

® [€)
L1
[ k ' L
Weldon shank
Dimensions [mm] Inserts
Article siz | Stock Teeth | No. of inserts
' oD | e | od | L L = 8

h
EMP04-020-XP20-AP11-01 ° 20 29.4 20 45 120 1 3 0.3
EMP04-025-XP25-AP11-02 ° 25 38.9 25 55 130 2 8 0.4

APKT11T3
EMP04-032-XP32-AP11-02 [ 32 48.5 32 65 140 2 10 0.7
EMP04-040-XP40-AP11-02 ] 40 58 40 75 150 2 14 1.3

® Ex stock o On demand
> With internal cooling
Spare parts
Insert APKT11T3
@D 20-40
W | screw (insert) I60M2.5%6.5T (/:
honyl A
v
% V:‘
_# | wrench (insert) wTo8lS ﬁ" {
System code B22 Grade selection B20 Technical info B447 Cutting data B216
—
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Indexable mllling Square shoulder milling

@ Ideal machining conditions APKT L S d
&2 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts &  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBDBE D SOBEEE OO O
; p—— M| SBODH BOBEHEE OO O
wl b _ ....... R K o8B O 80 &
: 1971 N € B
880 L S * ‘%% 0696969
H
NF—mE;NN—NomNNNNN; t‘—:
1SO rWRRddm 2RSS 3RR~Nal= |= |55
VUU=Z=220000a00U00VUYYUY U |=q
feegeeeoeegeoaeaas £ 29
APKT11T304-ALH 04 |6.5 ° ° o
m APKT11T308-ALH 0.8 | 6.5 ° o0
APKT11T304-APF 04 |65 °
‘! APKT11T308-APF 0.8 |6.5 °
APKT11T304-APM 04 |65 ° ° °
APKT11T308-APM 0.8 [6.5 [ ° °
u APKT11T312-APM 1.2 |65 ° ° °
APKT11T316-APM 16 6.5 ° ° °
APKT11T320-APM 2 |65 ° ° °
APKT11T304-LH 04 |65
,& APKT11T308-LH 0.8 | 6.5
APKT11T304-PF 04 |6.5 o ° ° °
@ APKT11T308-PF 0.8 | 6.5 o °
WS | APKT11T312-PF 12 6.5 o
APKT11T316-PF 1.6 |6.5 o
APKT11T304-PM 04 |65|0 @ @ L I ) ° °
- APKT11T308-PM 08 [65|e @ oo 000 ° oo °
W | APKT11T312-PM 12 |65 o o e o©
APKT11T316-PM 1.6 |6.5 ° o ° o
APKT11T304-PR 04 |65 o o o
= APKT11T308-PR 0.8 [6.5 o
TS| APKT11T312-PR 12 |65 o
APKT11T316-PR 16 |6.5 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

Square shoulder milling

L h‘ § L1
L

Weldon shank
Dimensions [mm] Inserts
Article e | Stock Teeth
' @D e od L, L E €
EMP05-025-XP25C ° 25 20 25 40 130 3 0.5
APMT1135
EMP05-025-XP25 ° 25 20 25 40 130 3 0.5
EMP05-032-XP32 ° 32 30 32 50 140 3 0.8
EMP05-032-XP32C ° 32 30 32 50 140 3 0.8
APMT1604
EMP05-040-XP32 ° 40 40 32 60 150 4 1
EMP05-040-XP32C ° 40 40 32 60 150 4 1
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APMT1135 APMT1604
@D 25 32-40
v Screw (insert) 160M4*10 _ i
ﬁ-'_" 25
_ﬁ;:.‘:- -
v Screw (insert) 160M2.5%6.5T J Q e
| Wrench (insert) WTO8IP WT15IP -
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

@ Ideal machining conditions APMT L S d
&2 Normal machining conditions 1135 | 11.25 3.5 2.8
Mi"ing inserts &  Unfavourable machining conditions 16 04 | 1725 | 476 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBDBE D SOBEEE OO O
M| SBODH BOBEHEE OO O
K o O SO0 L
N &b B &
S CCIE € OBBH
H
NF—mE;NN—NomNNNNN; t‘—:
1SO r W IR RFadamlQ2S8dRI~NI2A= |2 |85
VUU=Z=220000a0000vuY vy Y] = N
e e e e e R e N e wa | e Wi e'a WY a'a JiYe'a MY a'a W a'a WY a'a WY c'a N 'a ) =g z [alya)
S>E>>>>>>>>>>>>>>>>> |5 |>>
APMT1135PDR 0.8 | 6.2 o e O o
%‘3‘ APMT160408PDER 0.8 |9.25 o eo o
® Ex stock 0 On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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EMPQO9

Square shoulder mill with tangential inserts

Bl 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
NBG253 MBG9320 YBD252
cvD PVD cvD
P20-P40 P10-P30 K15-K35

M10-M30 M20-M30

Chip breaker

20 12mm

LN12




Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Square shoulder milling

Square shoulder milling

EMPO09 0

c

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling =5
' @D od L Ay max "q
EMP09-040-A16-LN12-04C £ ° 40 16 40 11.5 4 A 0.19
EMP09-050-A22-LN12-05C x® [] 50 22 40 11.5 5 A 0.33
EMP09-063-A22-LN12-06C x o 63 22 40 11.5 6 A 0.53
, LNKT1206PNR-GM
EMP09-080-A27-LN12-07C b o 80 27 50 11.5 7 A 1.18
EMP09-100-B32-LN12-09C £ o 100 32 50 11.5 9 B 1.62
EMP09-125-B40-LN12-11C £ [ 125 40 63 1.5 " B 3.25
® Ex stock o On demand
** With internal cooling
Spare parts
Insert LNKT1206PNR-GM
@D 40-125
v Screw (clamp) 160M4*12
| Wrench WT151S
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

i@ Ideal machining conditions LNKT L S
£ Normal machining conditions 12 06 127 | 11.25
MiIIing inserts &  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
] M| SBDHEB ShBee OO0 O
L
K B O (2]1@) o
w N &b TR
0 S CEI K] OBBB
S
H
N——mE;NN\—NomNNNNN\— E
1SO Wi lrfeddmogleeggRlaleygs 2 |ss
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
G ﬁ LNKT120608PNR-GM 6.7510.8 ° ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

EMP09 Kr: 90° 0 0

@D
_ I JHO®
e QKQ
L o)
T
_2d
Dimensions [mm] Inserts
Article sz | Stock Teeth Teeth | Coupling f==
' @D e od L row m’
EMP09-040x43-A16-LN12-02C x o 40 43 16 70 2 8 A 0,4
EMP09-050x43-A22-LN12-03C N ° 50 43 22 70 3 12 A 0,64
, LNKT1206PNR-GM
EMP09-063x53-A27-LN12-04C b o 63 53 27 80 4 20 A 1,31
EMP09-080x53-A27-LN12-05C £ o 80 53 27 80 5 25 A 2,33
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert LNKT1206PNR-GM
@D 40-80
v Screw (clamp) 160M4*12
& | Wrench WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

i@ Ideal machining conditions LNKT L S
£ Normal machining conditions 12 06 127 | 11.25
MiIIing inserts &  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
] M| SBDHEB ShBee OO0 O
L
K B O (2]1@) o
w N &b TR
0 S CEI K] OBBB
S
H
N——mE;NN\—NomNNNNN\— E
1SO Wi lrfeddmogleeggRlaleygs 2 |ss
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
G ﬁ LNKT120608PNR-GM 6.7510.8 ° ° °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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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 aluminium alloys,
steel and cast iron.

Insert grades

YBC302 MBIM253 IRBE0320 N(BG205

cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30
M10-M30 M20-M30 M20-M30

YBD152 YBD252 YD101

cvD CcvD
K05-K25 K15-K35 K05-K25

Chip breakers
-GM -LH

Chip breaker -LH for aluminium
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Indexable mllling Square shoulder milling

Square shoulder milling

ap

Dimensions [mm]

Inserts

. . ) )
Article sz | Stock o5 o ) . Teeth Coupling ﬁ

EMP13-040-A16-AN11-04C x o 40 16 40 11.2 4 A 0.45
EMP13-050-A22-AN11-06 ° 50 22 40 11.2 6 A 0.3
EMP13-063-A22-AN11-06 £ o 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07 o 63 22 40 11.2 7 A 0.49
EMP13-080-A27-AN11-07 % ° 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-09 ° 80 27 50 11.2 9 A 1.18 ANGX1105
EMP13-100-B32-AN11-12 ° 100 32 50 11.2 12 B 1.46
EMP13-100-B32-AN11-12C x o 100 32 50 11.2 12 B 1.46
EMP13-125-B40-AN11-14 o 125 40 63 11.2 14 B 292
EMP13-125-B40-AN11-14C x® o 125 40 63 11.2 14 B 292
EMP13-160-C40-AN11-16 ° 160 40 63 11.2 16 C 43
EMP13-050-A22-AN15-04 ° 50 22 40 14.5 4 A 0.26
EMP13-063-A22-AN15-05 ° 63 22 40 14.5 5 A 0.53
EMP13-080-A27-AN15-06 ° 80 27 50 14.5 6 A 1.23
EMP13-100-B32-AN15-08 o 100 32 50 14.5 8 B 1.52
EMP13-100-B32-AN15-08C £ o 100 32 50 14.5 8 B 1.52 ANGX1506
EMP13-125-B40-AN15-10 ° 125 40 63 14.5 10 B 3.05
EMP13-125-B40-AN15-10C b ° 125 40 63 14.5 10 B 3.05
EMP13-160-C40-AN15-12 ° 160 40 63 14.5 12 C 4.46
EMP13-200-C60-AN15-16 ¢} 200 60 63 14.5 16 C 6.26

® Ex stock © On demand

* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable mi"ing

Spare parts
Insert ANGX1105 ANGX1506
@D 40-160 50-200
W | screw (insert) I60M3*9 160M4*12
A | Wrench (insert) WT09IS WT151S

(Z)  Ideal machining conditions ANGX L S d
£2  Normal machining conditions 1105 | 11.85 5.7 3.5
MiIIing inserts &  Unfavourable machining conditions 1506 | 1543 73 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P B3B3 MDBE & DHPkE OO O
M| DBHBDBE DoPhezz OO0 O
od] | K ® O e £
N 8 SEEC
S CCI X OSBBB
H
N—\—mE;NNFNQmNNNNNL‘; k;J
ISO W irl@efdamaogeegreanlkags |2 |5
VUU===200Q00a00UUULYUYY 9 - N
(e~ R a R e R a R a el faa R 'a B a'a R o'a Mifa'a B 'a Wi a'a B o'a R aa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>5 |5 [>>
ANGX110504PNR-GM 84 (04 ° ° oo
ANGX110508PNR-GM 84 (08 |e ° ° 0
| ANGX150608PNR-GM 11 |08|0 o o oo
ANGX150616PNR-GM 11 (1.6 () [ ()
ANGX150620PNR-GM 11 | 2 () L) °
ANGX110504PNR-LH 84 |04 °
¥
,f | ANGX150608PNR-LH 1 |08 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

EMP13 Kr:90° 0 0 &

|
d a
a [ )
® J s
[
L
: Weldon shank
- -
Dimensions [mm] Inserts
Article sz | Stock Teeth
@D od L] L ap max ﬂ
EMP13-025-XP25-AN11-02 ° 25 25 32 100 11.2 2 0.31
EMP13-032-XP32-AN11-03 ° 32 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-XP32-AN11-04 [ 40 32 40 125 11.2 4 0.75
EMP13-032-XP32-AN15-02 ° 32 32 40 125 11.2 2 0.66
ANGX1506
EMP13-040-XP32-AN15-03 ° 40 32 40 125 11.2 3 0.76
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
W | screw (insert) 160M3*9 160M4*12
_# | Wrench (insert) WT09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
&
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Square shoulder milling Indexable mi"ing

2 Ideal machining conditions ANGX L S d
£ Normal machining conditions 1105 | 11.85 5.7 3.5
Mi“ing inserts &  Unfavourable machining conditions 1506 | 1543 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ODHDBDBE & ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S &9 OBBB
H
N——mE;NN\—NomNNNNN\— E
ISO W iriReeddmlReegdgnNaerl |2 |55
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>>> |5 [>>
ANGX110504PNR-GM 84 |04 ° ° 0
ANGX110508PNR-GM 84 (08|e ° ° oo
E ANGX150608PNR-GM 11 |08|0 [ L) LI
ANGX150616PNR-GM 1 1.6 ° ° °
ANGX150620PNR-GM 1M |2 ° o0 °
ANGX110504PNR-LH 84 |04 °
]
M | ANGX150608PNR-LH 1 |08 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

@D

od

L

Straight shank

Dimensions [mm] ‘ ’ Inserts
Article sk | Stock Teeth
: oD od L, L 2 o ‘ W
EMP13-025-G25-AN11-02 ° 25 25 32 100 11.2 2 0.31
EMP13-032-G32-AN11-03 ° 32 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04 ° 40 32 40 125 11.2 4 0.75
EMP13-032-G32-AN15-02 [] 32 32 40 125 14.5 2 0.66
ANGX1506
EMP13-040-G32-AN15-03 ° 40 32 40 125 14.5 3 0.76
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
W | screw (insert) 160M3*9 160M4*12
_# | Wrench (insert) WT09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
&
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Square shoulder milling Indexable mi"ing

2 Ideal machining conditions ANGX L S d
£ Normal machining conditions 1105 | 11.85 5.7 3.5
Mi“ing inserts &  Unfavourable machining conditions 1506 | 1543 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ODHDBDBE & ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S &9 OBBB
H
N——mE;NN\—NomNNNNN\— E
ISO W iriReeddmlReegdgnNaerl |2 |55
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>>> |5 [>>
ANGX110504PNR-GM 84 |04 ° ° 0
ANGX110508PNR-GM 84 (08|e ° ° oo
E ANGX150608PNR-GM 11 |08|0 [ L) LI
ANGX150616PNR-GM 1 1.6 ° ° °
ANGX150620PNR-GM 1M |2 ° o0 °
ANGX110504PNR-LH 84 |04 °
]
M | ANGX150608PNR-LH 1 |08 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

EMP13 Kr:90° 0 & 0

=
-

Dimensions [mm] Inserts
Article sz | Stock Teeth | No.of inserts
' @D e od L ﬂ
EMP13-050x43-A22-AN11-03 ° 50 43 22 60 3 12 0.52
ANGX1105
EMP13-063x64-A27-AN11-04 ° 63 64 27 80 4 24 1.15
EMP13-063x53-A27-AN15-03 ° 63 53 27 75 3 12 1.14
ANGX1506
EMP13-080x53-A32-AN15-04 ° 80 53 32 75 4 16 1.82
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 50-63 63-80
W | screw (insert) 160M3*9 160M4*12
_# | wrench (insert) WT09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Square shoulder milling Indexable mi"ing

2 Ideal machining conditions ANGX L S d
£ Normal machining conditions 1105 | 11.85 5.7 3.5
Mi“ing inserts &  Unfavourable machining conditions 1506 | 1543 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ODHDBDBE & ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S &9 OBBB
H
N——mE;NN\—NomNNNNN\— E
ISO W iriReeddmlReegdgnNaerl |2 |55
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>>> |5 [>>
ANGX110504PNR-GM 84 |04 ° ° 0
ANGX110508PNR-GM 84 (08|e ° ° oo
E ANGX150608PNR-GM 11 |08|0 [ L) LI
ANGX150616PNR-GM 1 1.6 ° ° °
ANGX150620PNR-GM 1M |2 ° o0 °
ANGX110504PNR-LH 84 |04 °
]
M | ANGX150608PNR-LH 1 |08 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Square shoulder milling

Square shoulder milling

Turning

Milling

N

Drilling

O

Technical
Information

Index

L

Weldon shank

Dimensions [mm] Inserts
Article slz | Stock Teeth | No. of inserts
' o0 | e | od | L L W
EMP13-032x43-XP32-AN11-02 ° 32 43 32 48 115 2 0.61
ANGX1105
EMP13-040x43-XP32-AN11-03 ° 40 43 32 55 125 3 12 0.79
EMP13-040x40-XP32-AN15-02 ° 40 40 32 55 115 2 0.79
ANGX1506
EMP13-050x53-XP40-AN15-02 o 50 53 40 70 145 2 1.53
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 32-40 40-50
v Screw (insert) 160M3*9 160M4*12
_# | wrench (insert) WT09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Square shoulder milling Indexable mi"ing

2 Ideal machining conditions ANGX L S d
£ Normal machining conditions 1105 | 11.85 5.7 3.5
Mi“ing inserts &  Unfavourable machining conditions 1506 | 1543 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P ODHDBDBE & ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S &9 OBBB
H
N——mE;NN\—NomNNNNN\— E
ISO W iriReeddmlReegdgnNaerl |2 |55
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>>> |5 [>>
ANGX110504PNR-GM 84 |04 ° ° 0
ANGX110508PNR-GM 84 (08|e ° ° oo
E ANGX150608PNR-GM 11 |08|0 [ L) LI
ANGX150616PNR-GM 1 1.6 ° ° °
ANGX150620PNR-GM 1M |2 ° o0 °
ANGX110504PNR-LH 84 |04 °
]
M | ANGX150608PNR-LH 1 |08 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

Profile milling

BMRO1 0 0 &

20| 1o

od

Weldon shank
Dimensions [mm] Teeth Inserts
Article sz | Stock 3
' R | o0 | e | od | L L | ZDET | SPMT :

BMR01-020-XP20-S o 10 20 20 20 50 125 2 2 0.3

ZDETO08T2 &
BMR01-020-XP20-M ¢} 10 20 20 20 75 150 2 2 0.3 SPMT0603
BMRO01-020-XP20-L o 10 20 20 20 100 200 2 2 0.4
BMRO01-025-XP25-S o 125 25 23 25 70 150 2 2 0.5

ZDET1103 &
BMRO01-025-XP25-M o 125 25 23 25 95 175 2 2 0.6 SPMT0603
BMRO01-025-XP25-L o 125 25 23 25 100 200 2 2 0.7
BMR01-032-XP32-S o 16 32 31 32 85 175 2 2 0.9

ZDET13T2 &
BMR01-032-XP32-M o 16 32 31 32 100 200 2 2 1.1 SDMT0903
BMR01-032-XP32-L ] 16 32 31 32 150 250 2 2 1.4
BMR01-040-XP40-S o 20 40 4 4 8 175 3 2 1.4
BMRO01-040-XP40-M o 20 40 41 40 100 200 3 2 1.7
BMRO01-040-XP40-L o 20 40 41 40 150 250 3 2 2.1

ZPNT2204 &
BMR01-050-XP40-S ¢} 25 50 45 40 100 200 3 2 1.8 SPMT1204
BMRO01-050-XP40-M o 25 50 45 40 100 300 3 2 2.8
BMRO01-063-XP40-S o 31.5 63 52 40 100 200 4 2 3
BMRO01-063-XP40-M o 31.5 63 52 40 100 300 4 2 35

® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert ZDETO08T2 & ZDET1103 & ZDET13T2 & ZPNT2204 &
SPMT0603 SPMT0603 SDMT0903 SPMT1204
@D 20 25 32 40-63
v Screw (insert) 143M2.5%5.7 143M2.5%5.7 143M4*8 143M5%11 'ﬁ"'__—'—
F s /?
& | Wrench (insert) WT07IP WT07IP € ! %
W o -
~\_'-‘ .'JJ_':* " -

& Wrench (insert) WT15IS WT201S e —
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Profile milling

Indexable milling

ZDET L 1.C S d
08 T2 8.4 6.75 2.78 2.8
i) 1deal machining conditions 1103 | 106 | 85 | 3.18 | 28
&€ Normal machining conditions 1373 | 132 | 105 | 397 | 44
Milling inserts & Unfavourable machining conditions 2204 | 161 | 127 | 476 | 556
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB HBDBE & DHPkE OO O
M| DBHBHBEE DHdhezz OO0 O
ae ) K 8¢ O B0 £
&\Vy N o o
R s 8 & | oo
H
N BB Y
150 RISBEERBORSSRESIEARE B |52
JO0U=S=5S0000R000u0ulu O =«
[oa Qe e R e e e N e e | faa R e'a WY a'a JiYo'a MY 'a B o'a WY 'a WY 'a MY 2 ) =4 =z (alya)
SE>>>>>>>>>>>>>>>5> |5 |=>
- ZDET13T3CYR16-PM 16 o o
e
- ZDET08T2CYR10 10 o
ﬁ ZDET1103CYR12.5 12.5 o
==—— | ZDET13T3CYR16 16 °
- ZPNT2204CY(R20) 20 o
¥4 | ZPNT2204CY(R25) 25 o
WSS | ZpNT2204CY(R31) 315 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

(0 Ideal machining conditions SPMT L 1.C S d
&€ Normal machining conditions 06 03 | 635 | 635 | 3.18 2.8
Milling inserts &  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHbBE O SooeeE OO0 O
M| DBRODBE S OO0 O
K s O S0 LK
N St PR
S X OBBB
H
M — — ~N =
13 r 8228883588853 |b 55
JOU=S=20000Q000u0ouyu U =«
[oa e e e e R e N e e | faa Biea WY a'a RiYa'a Ny 'a WY o'a WY a'a B o'a MY 'a g = [alya)
SESS>S>>>>>>>>>>>>>5 |5 |[=>
SPMT060304 0.4 ° o
ﬁ SPMT120408 08 |0 @ O °o 0 °
—_—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(Z)  Ideal machining conditions SDMT L 1.C S d
£ Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 4.4
Milling inserts 4%  Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P BB HBDBE & DHPkE OO O
— M| csoos ooo8e 00 O
i K 82 O B0 &
N St SPEK]
S LI K OBBB
H
" _H.B IS
150 r 288888005 S]8g528mnh b 5o
JO0U=S=5S0000R0000u0uu 0 =«
[oa e e R e e e N e e | lfaa R a'a WY a'a JiYo'a MY 'a R o'a WY 'a MY o'a MY 2 ) =g = [alya)
SES>S>>>>>>>>>>>>>>> |5 |[>>
B SDMT090308 0.8 o0
b ¥
-~
prs——
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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profile miling  INd@xable milling

Profile milling

BMRO02 0 0 &

oD| (@ od
R L1
L
I
Dimensions [mm] Inserts
Article sle | Stock —
' R oD od L, L Remy
——
BMR02-012-G16-S ° 6 12 16 40 110 0.1
BMR02-012-G16-M ° 6 12 16 50 130 0.2 ROHX1203
BMR02-012-G16-L ° 6 12 16 50 160 0.2
BMR02-016-G20-S [ 8 16 20 45 140 0.3
BMR02-016-G20-M ° 8 16 20 65 170 0.3 ROHX1604
BMR02-016-G20-L ° 8 16 20 65 200 0.4
BMR02-020-G25-S ° 10 20 25 60 160 0.5
BMR02-020-G25-M ° 10 20 25 80 200 0.6 ROHX2005
BMR02-020-G25-L ° 10 20 25 80 240 0.8
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ROHX1203 ROHX1604 ROHX2005
@D 12 16 20
@ | screw (insert) 170M4*10TT I70M5*12TT I70M5*16TT % _a
a
[ - ) /',
Wrench (insert) WT15IS WT20IS WT20IS —
o —_——
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

ROHX L I.C S d
() Ideal machining conditions 12 03 8.5 12 3 4
£2  Normal machining conditions 16 04 | 11.3 16 4 5
Milling inserts & Unfavourable machining conditions 20 05 | 14. 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShBRe 00 O
M| SBDODHEB Shhese OO0 O
K B O SO L
N &b D &
S CCI X OBBH
H
N-—-—mE;NNx—NomNNNNN; t‘—:
ISO SR an 2223 RRanAa2d = |= |55
VUU=Z=220000a0000VY vy Y] = N
[ e N e R e W ea ) fea i 'a fifa'a B 'a Mifaa B wa i aa B e e b= =z an
S>E>>>>>>>>>>>>>>>> |5 |>>
ROHX1203 o ° °
{ %% ) | ROHX1604 ° o
—
ROHX2005 hd °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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profile miling  INd@xable milling

Profile milling

L1

od

A B
Straight shank
Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 . o L ) Teeth | Coupling ) ;I
BMR03-016-G20-S ° 8 16 16 20 70 150 2 B 0.3
BMR03-016-G20-M ° 8 16 16 20 80 180 2 B 0.4 XPHTTG
BMR03-020-G25-S ° 10 20 20 25 80 180 2 B 0.5
BMR03-020-G25-M ° 10 20 20 25 100 200 2 B 0.6
BMR03-020-G25-L ° 10 20 20 25 150 250 2 B 0.7 XPHT20
BMR03-020-G25-XL ° 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 ° 12.5 25 25 25 100 200 2 B 0.7
BMRO03-025-G25-L ° 125 25 25 25 110 250 2 B 0.8 XPHT2>
BMR03-025-G25-XL o 125 25 25 25 120 300 2 B 1
BMRO03-030-G32-S ° 15 30 30 32 120 200 2 A 1
BMR03-030-G32-M ° 15 30 30 32 150 250 2 A 13
BMR03-030-G32-L o 15 30 30 32 200 300 2 A 1.6 XPHT30
BMRO03-030-G32-XL o 15 30 30 32 200 350 2 A 1.9
BMR03-032-G32-S ° 16 32 32 32 120 200 2 A 1.1
BMR03-032-G32-M ° 16 32 32 32 150 250 2 A 1.4
BMRO03-032-G32-L ° 16 32 32 32 200 300 2 A 1.6 XPHT32
BMRO03-032-G32-XL o 16 32 32 32 200 350 2 A 2
BMR03-040-G40-S o 20 40 40 40 120 200 2 A 1.6
BMR03-040-G40-M o 20 40 40 40 150 250 2 A 2
BMR03-040-G40-L ° 20 40 40 40 200 300 2 A 2.5 XPHTA0
BMR03-040-G40-XL o 20 40 40 40 200 350 2 A 3

® Ex stock 0 On demand
> With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
@D 16 20 25 30 32 40
r=4 Clamp WD-208 WD-208
=~ Clamp CBH5R1
v Screw (clamp) 160M5%13 160M5%13 143M6*16
v Screw (insert) | 160M2.5%6.5 160M4*10 160M5%13 160M5*13 143M6*16 'ﬁ.
@ | screw (insert) I60M3.5*08TT %
P | Wrench (clamp) WT20IT WT20IT WT25IT ‘
I
)- Wrench (insert) WT20IT WT20IT WT25IT .
/’ Wrench (insert) WT15S
5,/ Wrench (insert) WTO7P
y/ Wrench (insert) WT10IP
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
) Ideal machining conditions 30 30 6.35 58
£ Normal machining conditions 32 32 6.35 5.8
Milling inserts &  Unfavourable machining conditions 40 40 794 | 68
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BHBRBDBR & DHHsEE OO O
M| DRHDBB ShoBeeE OO0 O
K B O SO L
N &b SPEX]
S LXK OBBB
H
M — — ~N =
VUU=2=22000000U0VYUYL U |=Aq
[oa e e e e R e i e e | aa B a'a MY a'a Y a'a MY 'a WY o'a WY o'a WY o'a WY 'a =t = [alya)
S>E>>>>>>>>>>>>>>>5 |5 |[>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
@ XPHT25R1204-GM 125 °
XPHT30R1506-GM 15 | 11 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B216 Grade selection B20 Technical info B22 Cutting data B447
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profile miling  INd@xable milling

Profile milling

e

e
\

o g o
QDT D od @D D od
= R/ L1 R/ L1
( p
Y L L
5 A Weldon shank B
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' R | oD | e | o | L | L g
BMRO03-016-XP20-M ° 8 16 16 20 60 111 2 B 0.2 XPHT16
BMR03-020-XP25-M ° 10 20 20 25 70 127 2 B 0.3 XPHT20
BMRO03-020-XP25-L ° 10 20 20 25 80 150 2 B 0.4
BMR03-025-XP25-M ° 12.5 25 25 25 80 137 2 B 04 XPHT25
BMR03-025-XP25-L ° 12.5 25 25 25 100 200 2 B 0.6
BMR03-030-XP32-M ° 15 30 30 32 100 161 2 A 0.8 XPHT30
BMR03-030-XP32-L ° 15 30 30 32 150 250 2 A 1.3
BMR03-032-XP32-M ° 16 32 32 32 100 161 2 A 0.8 R
BMR03-032-XP32-L ) 16 32 32 32 120 250 2 A 1.3
BMRO03-040-XP40-M ° 20 40 40 40 100 175 2 A 1.3 XPHT40
BMRO03-040-XP40-L ° 20 40 40 40 120 250 2 A 2
BMR03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHTS0
BMR03-050-XP50-L o 25 50 50 50 150 250 2 A 3.1
® Ex stock o0 On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

Spare parts

A Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 16 20 25 30 32 40 50
& WD-208 | WD-208
ﬂ Clam CBH5R1 CBH5R1
g P
c
5 v Screw (clamp) I60M5%13 160M5%13 143M6*16 143M6*16
'_
w Screw (insert) | I60M2.5%6.5 160M4*10 160M5*13 160M5*13 143M6*16 143M8*21 '%'
’ Screw (insert) %
P Wrench WT20IT | WT20IT | WT25IT | WT25IT
B (clamp)
i
)- Wrench (insert) WT20IT WT20IT WT25IT WT30IT /
3/ Wrench (insert) WTO7P
o /‘V Wrench (insert) WT15S
c
E y/ Wrench (insert) WT10IP
C XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 4.76 47
30 30 6.35 5.8
81 @ Ideal machining conditions 32 32 6.35 5.8
= £3  Normal machining conditions 40 40 7.94 6.8
a Milling inserts 4% Unfavourable machining conditions 50 50 794 | 92
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SHRGHBE O ShBee 00 O
M| SBODEB ShhRs OO0 O
D K G O SO L
N &b SPEX)
S X OBBH
C H
© O
'245 M — = ~N o~ N NN NN =
N — — — ) — =
£ E IS0 R|a|2R338380K82S 8RS8 L2LR |2 |55
) UOUWU==220000aa00VLVLLVLYYY | =
(s e e e e e R e N e wa | e Riea WY a'a JiYa'a MY a'a WY o'a WY a'a B e'a MY 'a ) =g z [alya)
= e SE>>>>>>>>>>>>>>>> |5 |>>
. XPHT16R0803-GM .
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 125 °
&P | XPHT30R1506-GM 15 |11 .
E XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
XPHT50R2507-GM 25 °
® Ex stock o0 On demand HC' Coated carbide
) HT  Uncoated cermet
e HC* Coated cermet
- HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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profile miling  INd@xable milling

Profile milling

od

Morse taper shank

Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 . o L ) Teeth | Coupling ) ;I
BMR03-020-MT3-M o 10 20 20 18.7 70 156 2 B 0.4 XPHT20
BMR03-020-MT3-L ° 10 20 20 18.7 100 186 2 B 0.4
BMR03-025-MT3-M o 125 25 25 235 70 156 2 B 0.4
BMR03-025-MT3-L o 125 25 25 235 100 186 2 B 0.4 XPHT2>
BMR03-030-MT4-M o 15 30 30 28.2 70 189 2 A 0.8 XPHT30
BMR03-030-MT4-L o 15 30 30 28.2 120 229 2 A 1
BMR03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9 XPHT32
BMR03-032-MT4-L ° 16 32 32 29.2 100 209 2 A 0.9
BMR03-040-MT4-M o 20 40 40 369 100 199 2 A 1
BMR03-040-MT5-L o 20 40 40 36.9 90 226 2 A 1.8 XPHT40
BMR03-040-MT5-XL o 20 40 40 369 120 256 2 A 2
BMR03-050-MT5-M ° 25 50 50 46.8 100 236 2 A 2.2 XPHTS0
BMR03-050-MT5-L o 25 50 50 46.8 150 286 2 A 29

® Ex stock © On demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

Spare parts

Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 20 25 30 32 40 50
r=4 Clamp WD-208 WD-208
=~ Clamp CBH5R1 CBH5R1
v Screw (clamp) 160M5%13 160M5%13 143M6*16 143M6*16 '
v Screw (insert) 160M4*10 160M5*13 160M5%13 143M6*16 143M8*21 T\
@ | screw(insert) |160M3.5%08TT %
)- Wrench (clamp) WT20IT WT20IT WT25IT WT25IT C/’
)- Wrench (insert) WT20IT WT20IT WT25IT WT30IT
/’ Wrench (insert) WT15S
3/ Wrench (insert) WT10IP
XPHT L S d
20 20 3.97 4
25 25 4.76 47
30 30 6.35 5.8
() Ideal machining conditions 32 32 6.35 5.8
£ Normal machining conditions 40 40 7.94 6.8
MiIIing inserts & Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3BBG DBR & DHHEE OO O
M| DBRHDBSH DoHeEsE OO0 O
K B2 O SO0 &%
N & StE]
S I X OSBBH
H
AN - |
150 R |a|88888803SSR88520gb |b |52
VUU==220000a0000UYYUY U |=Aq
[~ R a R e R a R v Ry aa ) faa R e'a B a'a R o'a Mifa'a WY o'a i a'a B 'a e b= z [alya)
S>E>>>>>>>>>>>>>>>> |5 |[>>
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 125 °
@ XPHT30R1506-GM 15 |1 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
XPHT50R2507-GM 25 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data
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profile miling  INd@xable milling

Profile mi

lling

od

Compound shank

Dimensions [mm] Inserts
Article sz | Stock Teeth
' R | o0 | e od | L L g

BMR03-040-XPX-M o 20 40 40 50.8 170 250 2 1.3
BMR03-040-XPX-L o 20 40 40 50.8 220 300 2 3.1 XPHT40
BMR03-040-XPX-XL o 20 40 40 50.8 270 350 2 3.5
BMR03-050-XPX-M o 25 50 50 50.8 170 250 2 3.1

BMR03-050-XPX-L o 25 50 50 50.8 200 300 2 3.8 XPHT50
BMRO03-050-XPX-XL o 25 50 50 50.8 270 350 2 4.4

® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert XPHT40 XPHT50
@D 40 50

=~ Clamp CBH5R1 CBH5R1 P

W | screw (clamp) 143M6*16 143M6*16 |

W | screw (insert) 143M6*16 143M8*21

A | Wrench (clamp) WT25IT WT25IT C/“

| Wrench (insert) WT25IT WT30IT

System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

@ Ideal machining conditions XPHT L S d
&2 Normal machining conditions 40 40 7.94 6.8
Mi"ing inserts 4% Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBDBE D SOBEEE OO O
M| SBODH BOBEHEE OO O
K o O SO0 L
N &b B &
S CCIE € OBBH
H
Ne—— M =N NownmoNNNN N — ‘L—)
1SO R|alggsdd8mvgeeqggesasnrge 2 |53
VUU=Z=220000a0000vuYuu Y] = N
e e e e e R e N e wa ) e We'a WiYa'a JiYe'a MY a'a W a'a Wifa'a WY c'a N 'a ) =g z [alya)
S>E>>>>>>>>>>>>>>>>> |5 |>>
XPHT40R2007-GM 20 °
&F | XPHT50R2507-GM 25 .
® Ex stock 0 On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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profile miling  INd@xable milling

Profile milling

BMRO04 & 0 0

oo] (S

ad

Straight shank
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Dimensions [mm] Inserts
Article sz | Stock P i
' R oD | od | @di L, L Q
BMR04-012-G12-M ° 6 12 12 11 35 125 0.1
ZOHX12
BMR04-012-G12-L ° 6 12 12 11 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 0.3
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 ° 125 25 25 23 70 200 0.7
ZOHX25
BMR04-025-G25-L ° 12.5 25 25 23 100 250 0.9
BMR04-030-G32-M ° 15 30 32 27 80 250 1.2
ZOHX30
BMR04-030-G32-L ° 15 30 32 27 110 300 1.5
BMR04-032-G32-M ° 16 32 32 29 80 250 1.4
ZOHX32
BMR04-032-G32-L ° 16 32 32 29 110 300 1.7
® Ex stock o0 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 | 170M5*12TT | I70M5*16TT | I70M6*20TT | I70M8*25TT | 170M8*25TT
3/ Wrench (insert) WT15IP WT20IP WT20IP WT20IP 3
% | Wrench (insert) WT30IT WT30IT °
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

ZOHX 1.C S d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
() Ideal machining conditions 25 25 6 6
o &2 Normal machining conditions 30 30 7 8
= MiIIing inserts 4%  Unfavourable machining conditions 32 32 7 8
c
E Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HHBE B DHHEE OO0 O
M| DBRODBE SHhohese OO0 O
K s O SO LK
B N &b SEEK
S & 93 OBBB
H
M — — ~N =
150 RI§E25888085e88s58ayb b oo
2 JUOD=2=2200/000U00ul0vy |U =d
= [ea Qe Qe i a W a R ~alialiiaa ) oa Riea Mifc'a Wiea fifea Riea Mife'a Wi o'a R ea ) =d b4 [ala)
= SESS>S>>>>>>>>>>>>>5 |5 |[=>
= ZOHX1203-GF °
ZOHX1604-GF °
o ZOHX2005-GF 10 °
W ZOHX2506-GF 125 .
ZOHX3007-GF 15 °
C ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
. . | ZOHX2005-GM 10 °
o v ZOHX2506-GM 125 .
c
= ZOHX3007-GM 15 °
a ZOHX3207-GM 16 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
g5
£E
o O
=
<
(3]
o
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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profile miling  INd@xable milling

Profile milling

BMRO04

Ro1)

| @

L1

L

Straight shank

ad

Dimensions [mm] Inserts
Article sz | Stock P i
' R oD | od | @di L, L Q
BMR04-012-G16-M ° 6 12 16 11 50 125 0.2
ZOHX12
BMR04-012-G16-L ° 6 12 16 11 70 150 0.2
BMR04-016-G20-M ° 8 16 20 14 60 150 0.3
ZOHX16
BMR04-016-G20-L ° 8 16 20 14 80 180 0.3
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 ° 125 25 32 23 90 200 1
ZOHX25
BMR04-025-G32-L ° 12.5 25 32 23 110 250 1.3
BMR04-030-G40-M ° 15 30 40 27 110 250 2
ZOHX30
BMR04-030-G40-L ° 15 30 40 27 125 300 2.4
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 o0 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 | 170M5*12TT | I70M5*16TT | I70M6*20TT | I70M8*25TT | 170M8*25TT
3/ Wrench (insert) WT15IP WT20IP WT20IP WT20IP 3
% | Wrench (insert) WT30IT WT30IT °
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling rrofite milling

ZOHX 1.C S d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
() Ideal machining conditions 25 25 6 6
o &2 Normal machining conditions 30 30 7 8
= MiIIing inserts 4%  Unfavourable machining conditions 32 32 7 8
c
E Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DR HHBE B DHHEE OO0 O
M| DBRODBE SHhohese OO0 O
K s O SO LK
B N &b SEEK
S & 93 OBBB
H
M — — ~N =
150 RI§E25888085e88s58ayb b oo
2 JUOD=2=2200/000U00ul0vy |U =d
= [ea Qe Qe i a W a R ~alialiiaa ) oa Riea Mifc'a Wiea fifea Riea Mife'a Wi o'a R ea ) =d b4 [ala)
= SESS>S>>>>>>>>>>>>>5 |5 |[=>
= ZOHX1203-GF °
ZOHX1604-GF °
o ZOHX2005-GF 10 °
W ZOHX2506-GF 125 .
ZOHX3007-GF 15 °
C ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
. . | ZOHX2005-GM 10 °
o v ZOHX2506-GM 125 .
c
= ZOHX3007-GM 15 °
a ZOHX3207-GM 16 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
g5
£E
o O
=
<
(3]
o
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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sotmiing INdexable milling

Slot milling

ae

agc
K
Dimensions [mm] Inserts
. - .
Article sz | Stock o0 o o y . . Coupling L o
=
SMPO01-100x4-K27-SN12-10 o 100 27 45 12 4 25 K 0.2
SMPO01-125x4-K40-SN12-12 o 125 40 56 12 4 32 K 0.3 XSEQ1202
SMPO01-160x4-K40-SN12-16 ° 160 40 67 12 4 44 K 0.5
SMP01-100x5-K27-SN12-10 o 100 27 45 12 5 25 K 0.2
SMPO01-125x5-K40-SN12-12 o 125 40 56 12 5 32 K 0.3 XSEQ1203
SMPO01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 0.6
SMP01-100x7-K27-SN12-10 ° 100 27 45 _ 12 7 25 K 03
SMPO01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 0.4
SMPO01-160x7-K40-SN12-16 o 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 o 250 50 71 12 7 87 K 1.9
SMPO01-100x6-K27-SN12-10 o “100 27 45 - 12 6 25 K 03
SMPO01-125x6-K40-SN12-12 o 125 40 56 12 6 32 K 0.4
SMP01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 0.7 XSEQ12T3
SMPO01-200x6-K50-SN12-18 o 200 50 71 12 6 62 K 1.1
SMP01-250x6-K50-SN12-24 ¢} 250 50 71 12 6 87 K 1.7
SMPO01-100x8-K27-SN12-10 ° 100 27 45 12 8 25 K 03
SMP01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 0.5
SMPO01-160x8-K40-SN12-16 ° 160 40 67 12 8 44 K 0.9 XSEQ12T4
SMP01-200x8-K50-SN12-18 ° 200 50 71 12 8 62 K 14
SMP01-250x8-K50-SN12-24 ° 250 50 71 12 8 87 K 22
® Ex stock o0 On demand
* With internal cooling
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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Spare parts

Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
@ Screw (insert) 191M4%3.2X 191M4%3.2X 191M4%6.1X 191M4*5.1X 191M4*7.1X ‘i_— o
3,/ Wrench (insert) WTO08IP WTO08IP WTO08IP WTO08IP WTO8IP
XSEQ L I.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
() Ideal machining conditions 12 04 | 127 | 127 5
£2  Normal machining conditions 12 T3 | 127 | 127 35 5
Milling inserts g%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShBee 00 O
M| SBODEB Sohes OO0 O
od K ®% O 90 &
N &b ST
S CCI X OBBH
H
NF—mE;NN—NomNNNNN; :‘—:
ISO SRaacam2gCE8EJdRRam2l = |= |55
VUU=Z=220000a00U00vVY vy Y] = N
[ e N e R e R ea ) e B a fia'a i e'a Mifaa WY wa i aa B e e b= =z an
S>E>>>5>>>>>>>>>>>>> |5 |[>>
XSEQ1202 °
. | XSEQ1203 o ° °
Y | XSEQ1204 .
XSEQ12T3 ° ° o
XSEQ12T4 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B20 Technical info B447 Cutting data B216
e
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sotmiing INdexable milling

Slot milling
SMPO1 0 &
B
e S
T - -
N R
[ ol
Stock Dimensions [mm] Inserts
. - .
Article sk el ao o e " . . Teeth Coupling L o
ey
SMP01-063x4-A22-SN12-06 e O 63 22 32 40 4 14 6 A 0.2
SMP01-080x4-A22-SN12-08 e O 80 22 40 40 4 18 8 A 0.4 XSEQ1202
SMPO1-100x4-A27-SN12-10 e O 100 27 48 50 4 23 10 A 0.6
SMPO1-063X5-A22-SN12-06" e O 63 _________ 2 232405 _________ 1 4 6 A 02
SMP01-080x5-A22-SN12-08 o o 80 22 40 40 5 18 8 A 0.4 XSEQ1203
SMP01-100x5-A27-SN12-10 o o 100 27 48 50 5 23 10 A 0.7
SMP01-063X7-A22-SN12-06" o o 63 _________ 2 232407 --------- 1 4 6 A 02
SMP01-080x7-A22-SN12-08 o o 80 22 40 40 7 18 8 A 0.5
SMPO1-100x7-A27-SN12-10 o o 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMP01-125x7-B40-SN12-12 o o 125 40 72 50 7 23 12 B 1.1
SMP01-160x7-B40-SN12-16 o o 160 40 70 60 7 41 16 B 14
SMP01-063X6-A22-SN12-06" e O 63 --------- 2 232406 --------- 1 4 6 A 02
SMPO01-080x6-A22-SN12-08 e O 80 22 40 40 6 18 8 A 0.5
SMPO1-100x6-A27-SN12-10 o o 100 27 48 50 6 23 10 A 0.7 XSEQ12T3
SMPO01-125x6-B40-SN12-12 o o 125 40 72 50 6 23 12 B 1
SMPO01-160x6-B40-SN12-16 o o 160 40 70 60 6 41 16 B 1.3
SMP01-063x8-A22SN1206 e o 63 22 32 40 8 14 6 A 02
SMP01-080x8-A22-SN12-08 o O 80 22 40 40 8 18 8 A 0.5
SMPO1-100x8-A27-SN12-10 o o 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMPO01-125x8-B40-SN12-12 o o 125 40 72 50 8 23 12 B 1.1
SMPO01-160x8-B40-SN12-16 e O 160 40 70 60 8 41 16 B 1.5
® Ex stock o On demand
* With internal cooling
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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Spare parts

Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
@ Screw (insert) 191M4%3.2X 191M4%3.2X 191M4%6.1X 191M4*5.1X 191M4*7.1X ‘i_— o
3,/ Wrench (insert) WTO08IP WTO08IP WTO8IP WTO8IP WTO8IP
XSEQ L I.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
() Ideal machining conditions 12 04 | 127 | 127 5
£2  Normal machining conditions 12 T3 | 127 | 127 35 5
Milling inserts g%  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShBee 00 O
M| SBODHEB Sohes OO0 O
od K ®% O 90 &
N &b ST
S CCI X OBBH
H
NF—mE;NN—NomNNNNN; :‘—:
ISO SRaacam2gCE8EJdRRam2l = |= |55
VUU=Z=220000a00U00vVY vy Y] = N
[ e N e R e R ea ) e B a fia'a i e'a Mifaa WY wa i aa B e e b= =z an
S>E>>>5>>>>>>>>>>>>> |5 |[>>
XSEQ1202 °
. | XSEQ1203 o ° °
Y | XSEQ1204 .
XSEQ12T3 ° ° o
XSEQ12T4 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B20 Technical info B447 Cutting data B216
i
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Slot milling
SMPO03 6 @
| r
Y H
¢ [9]
i °]
= e - =
- - N
| =
- 2
- =
Fa
\
{ '
K
Dimensions [mm] Inserts
Article sk | Stock Teeth | Coupling =
@D od @c H a, Ao max
SMP03-080x8-K27-MP06-10 ° 80 27 44 12 8 17.6 10 K 0.2
SMP03-100x8-K32-MP06-14 o 100 32 49 12 8 25.1 14 K 0.3
MPHT0603
SMP03-100x10-K32-MP06-14 o 100 32 49 14 10 25.1 14 K 0.4
SMP03-125x10-K40-MP06-16 o 125 40 57 14 10 33.6 16 K 0.6
SMPO03-125x12-K40-MP08-12 o 125 40 58.3 16 12 326 12 K 0.7
MPHT0803
SMP03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 o 160 40 64.6 20 16 47.6 12 K 1.6
SMP03-160x18-K40-MP12-12 o 160 40 65.3 24 18 47.3 12 K 1.9
SMPO03-160x20-K40-MP12-12 o 160 40 65.3 26 20 47.3 12 K 2.1
MPHT1204
SMP03-200x16-K50-MP12-14 o 200 50 74.6 20 16 62.6 14 K 25
SMP03-200x18-K50-MP12-14 o 200 50 75.3 24 18 62.3 14 K 2.9
SMP03-200x20-K50-MP12-14 ° 200 50 75.3 26 20 62.3 14 K 33
® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 80-125 125-160 160-200
{ &
v Screw (insert) 160M2.5%6.5 160M3*7 160M5%13 - t
_# | Wrench (insert) WT201s “ ]
& | Wrench (insert) WTO7IP WTO9IP A H
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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MPHT L I.C S d
Ideal machining conditions 0603 | 635 | 635 | 318 | 238
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
P SOROBHE O ShBRe 00 O
e == M| O800% 88088 00 O
. is ‘
4 il K o O e &
N N o o
¥ S & @ OBBG
H
Ne—— M= NN N— ‘L—)
1SO r228882R2SNRR~NI2K8R |2 |55
JO0U==20000Q000U0LOLY U =&
[ e N e R e W ea ) fea i 'a fifa'a B 'a Mifaa B wa i aa B e e b= =z an
S>E>>>>>>>>>>>>>>>> |5 |>>
MPHT060304-DM 04 |e® ° °
u MPHT080305-DM 05 |e ° °
MPHT120408-DM 08 |e® o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B20 Technical info B447 Cutting data B216
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sotmiing INdexable milling

Slot milling
SMPO03 @ 6
H
3l
]
i
[ s E d||@C
- = H
< G
o o  § A
A i
o, : lae
gig@d ac
:
wf._
C
Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IRIL| o0 | ed | @c | H | a | aum u
SMP03-080x8-A22- e O 80 22 45 40 8 21 10 A 0.4
SMP03-100x8-B27- o o 100 27 55 40 8 24.5 14 B 0.6
MPHT0603
SMP03-100x10-B27- e o 100 27 55 40 10 24.5 14 B 0.7
SMP03-125x10-B32- o o 125 32 65 45 10 333 16 B 11
SMP03-125x12-B32- o o 125 32 65 45 12 33 12 B 1.4
SMPO03-160x12-B40- o o 160 40 80 50 12 44 14 B 1.9 MPHTO0803
SMP03-200x12-C40- o o 200 40 92 50 12 52 18 C 3.2
SMP03-125x16-B32- o o 125 32 65 50 16 33 10 B 23
SMP03-160x16-B40- o o 160 40 80 60 16 45 12 B 23
SMP03-160x18-B40- o o 160 40 80 60 18 45 12 B 24
MPHT1204
SMP03-200x16-C40- o o 200 40 92 50 16 52 14 C 3.6
SMP03-200x18-C40- o o 200 40 92 50 18 52 14 C 3.9
SMP03-200x20-C40- o o 200 40 92 50 20 52 14 C 4.2
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert MPHT0603 MPHT0803 MPHT1204
@D 80-125 125-200 125-200
v Screw (insert) I60M2.5%6.5 160M3*7 I60M5*13 P - o= |
¢~ | Wrench (insert) WTO7IP WTO9IP
A | Wrench (insert) WT20IS
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling siotmiling

MPHT L I.C S d
Ideal machining conditions 0603 | 635 | 635 | 318 | 238
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
P SOROBHE O ShBRe 00 O
e == M| O800% 88088 00 O
. is ‘
4 il K o O e &
N N o o
¥ S & @ OBBG
H
Ne—— M= NN N— ‘L—)
1SO r228882R2SNRR~NI2K8R |2 |55
JO0U==20000Q000U0LOLY U =&
[ e N e R e W ea ) fea i 'a fifa'a B 'a Mifaa B wa i aa B e e b= =z an
S>E>>>>>>>>>>>>>>>> |5 |>>
MPHT060304-DM 04 |e® ° °
u MPHT080305-DM 05 |e ° °
MPHT120408-DM 08 |e® o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B20 Technical info B447 Cutting data B216
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sotmiing INdexable milling

Slot milling

-
— e Ei=k
e | e |
L1 L1
L
A B
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
e @Dmin | ed L, L
SMP05-025x3.0-XP25-QC16-01 ° 40 25 25 89 125 1 A QcT6L
SMP05-039x3.0-XP25-QC16-03 ° 23 39 25 89 125 3 B
SMP05-044x4.8-XP25-QC22-03 o 23 44 25 89 125 3 B QC22L
® Ex stock o On demand
* With internal cooling
Spare parts
Insert QcC16L QcC16L QC22L
@D 25 39 44
v Screw (insert) I60M3.5*10 160M3.5*10 160M5%13
y/ Wrench (insert) WT15IP WT15IP WT20IP
System code B26 Grade selection B20 Technical info B447 Cutting data B216
*
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Indexable milling siotmiling

Mi||ing inserts (@  Ideal machining conditions QC16 1.C d
A &2 Normal machining conditions 16 9.525 4.4
4% Unfavourable machining conditions
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
. P SBRGHBHE O ShHhEE OO0 O
= M| SBDOHE Shohes OO0 O
3 K e% O 80 %
N St D e
S CCI ) OBHDB
H
NFFQEENN—NomNNNNN; E
1SO SH0025 |2, RCIS QLA A m L Q2SS NIy 2 |2 |55
VUU=2=22000V0aa00YVYYVY 9 = N
[Sa e R ea e e s W aa i aa | o'a R o'a N a'a W a'a Wi a'a Qi a'a Wi a'a Wi a'a Wi a'a ) I~ P [ala)
S>E>>>>>>>>>>>>>>>> |5 |[>>
QC16L075-R0O1 0.75 2 (0.1 o
QC16L095-R0O1 0.95 2 |01 o
g QC16L100-RO1 1 2 |01 o
g QC16L110-RO1 11 | 2 |0 oo
QC16L120-RO1 1.2 2 (0.1 o
QC16L125-R02 1.25 2 (0.2 [
QC16L130-R02 1.3 2 (0.2 ® O
QC16L145-R02 1.45 2 |02 °
QC16L150-R02 1.5 2 0.2 o
C QC16L160-R02 1.6 2 (0.2 ® O
QC16L165-R02 1.65 2 (0.2 o
QC16L170-R02 1.7 2 (0.2 o
QC16L175-R02 1.75 2 |02 °
2 QC16L185-R02 185 | 25|02 o
= QC16L200-R02 2 | 2502 o
@)
QC16L210-R02 2.1 25 10.2 o
QC16L210-R05 2.1 25105 o
QC16L220-R02 2.2 25 (0.2 o
QC16L250-R02 25 | 25102 °
D QC16L300-R02 3 3 |02 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
. HW Uncoated carbide
© O
g5
£E
o O
=
<
(3]
o
£
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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sotmiing INdexable milling

Mi||ing inserts (@) Ideal machining conditions QC22 1.C d
£ Normal machining conditions 22 12.7 5.5
4% Unfavourable machining conditions
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOHDDBHE & SODBHEE OO O
M| SBODH SODBEE OO0 O
) K 88 O 1) e
9 N ) 3%
% S o oo 0DBS
H
N—— M NN N = E
ISO SH0025 |18, R/C|S L Y ddm 22858282 |2 |55
UUU=Z=Z220000a00U0uyuyuy |O = N
feeeegeeeepegeeees £ |80
QC22L100-R02 1 0.2 ¢}
QC22L125-R02 1.25 0.2 o
QC22L145-R02 1.45 0.2 °
QC22L150-R02 1.5 | 3502 °
QC22L175-R02 1.75 | 3.5 0.2 ® O
QC22L185-R02 1.85 | 3.5|0.2 °
QC22L200-R02 2 3.5 102 °
QC22L230-R02 23 3502 °
QC22L250-R03 25 4 (03 °
q QC22L265-R03 2.65 4 103 °
QC22L280-R03 2.8 4 103 °
QC22L300-R03 3 4 103 °
QC22L320-R03 3.2 4 103 °
QC22L330-R03 33 4 (03 e O
QC22L350-R03 3.5 5 103 °
QC22L400-R04 4 5 |04 °
QC22L430-R04 43 5 |04 oo
QC22L450-R04 45 5 104 o o
QC22L480-R04 4.8 5 |04
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B20 Technical info B447 Cutting data B216
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XMRO1 "

High-feed mill

B Wide range of inserts and grades.
B High-feed mill for high chip removal rates.

Bl Low cutting forces even with large projecting lengths.

Insert grades
YBC302 NBiV253 NBG205 N(BG202
cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30

M10-M30 M20-M30

YBG302 YBG212 YBM351 YBD252

CvD PVD CcvD CcvD
P15-P35 M10-M25 P25-P40 K15-K35

Machining operations

Feed rate
[ | N e Pl

Face milling Slot milling Ramping Axial plunge

milling

g -
E.lﬂa

Plunge milling Helical ramping Circular boring

Chip breakers
-ZSR -PM -DM -PM

& B
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High feed milling

XMRO1 Kr: 15° & 0 0 @

oD
=

)

DE od

2

L1

S type insert, Weldon shank

Dimensions [mm] Inserts
Article sl | Stock Teeth
' @D od a, ae L, L ﬁ
—.

XMR01-020-XP20-SD06-02 ° 20 20 0.8 58 50 130 2 0.26

SDMTO06T2
XMRO01-025-XP25-SD06-03 ¢} 25 25 0.8 5.8 60 140 3 0.46
XMR01-025-XP25-SD09-02 o 25 25 14 8.8 60 140 2 0.5
XMR01-032-XP32-SD09-03 o 32 32 14 8.8 70 150 3 0.8 SDMT09T3
XMR01-035-XP32-SD09-03 ° 35 32 14 8.8 70 150 3 0.8
XMR01-032-XP32-SD12-02 ° 32 32 1.8 11.7 70 150 2 0.8

SDMT1204
XMRO01-040-XP40-SD12-03 ° 40 40 1.8 1.7 70 150 3 1.3
XMRO01-040-XP40-SD15-02 ° 40 40 2.2 14 70 200 2 1.6 SDMT1505

® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SDMT06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160

& cmp WD-204 WD-204 WD-208
v Screw (clamp) 160M4*8.4 160M4*8.4 160M5%13
v Screw (insert) 160M2.2*5.5 160M4*8.4 160M5%13 {:’H
@ | screw (insert) I60M3.5*08TT 1 .
3,/ Wrench (clamp) WT15IP WT15IP WT20IP
5,/ Wrench (insert) WTO7IP WT10IP WT15IP WT20IP
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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High feed milling

Indexable milling

SDMT L 1.C S d
06 T2 6.35 6.35 2.58 25
(Z)  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
£2  Normal machining conditions 1204 | 127 | 127 | 476 4.4
Milling inserts &  Unfavourable machining conditions 1505 |15.875|15.875 556 | 5.5
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBBRBBHE DB ShBeeE OO0 O
M| SBDBHEB ShBeeE OO0 O
) K S O &0 X
N St SR
S 5 SR ODBHDB
H
NP HFHRNN=-NoWwa NN A= E
150 rla|382808 RS RRL LR B |52
UUU=2=22000V0a0000uuvuv ) =
[ea g e e R e R el aliaa ) Noa Riea M s Wie'a Mife'a Rl e'a Wi e R o'a R e ) 0= P4 [alya)
S>>>>>>>>>>>>>>>>5 > > >
SDMT06T208-DM 0.8 | 15 ° °
ﬁ SDMTO09T312-DM 1.2 |15 e ° ° °
SDMT120412-DM 1.2 |15 |e ° ° [}
SDMT150520-DM 2 |15 o
SDMTO06T208-PM 08 |[15|e () )
a SDMTO09T312-PM 1.2 |15 () [N
SDMT120412-PM 1.2 |15 ) °
SDMT150520-PM 2 |15 o o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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High feed milling

XMRO1 Kr:15° @ O 0 &

er -
L === ap |
- ) T
. 9
4 > :
/
S
Dimensions [mm] Inserts
) - .
Article sz | Stock . o . e ) Teeth Coupling ﬂ
—
XMR01-050-A22-SD06-07 ° 50 22 0.8 5.8 40 7 A 0.36
XMR01-063-A22-SD06-10 ° 63 22 0.8 5.8 40 10 A 0.53 SDMTO6T2
XMR01-063-A27-SD06-10 ° 63 27 0.8 58 50 10 A 0.57
XMRO01-040-A16-SD09-04 o 40 16 1.4 8.8 40 4 A 0.182
XMRO01-050-A22-SD09-04 ° 50 22 1.4 8.8 40 4 A 0.3
XMRO01-050-A22-SD09-04C £ ° 50 22 1.4 8.8 40 4 A 0.3
XMR01-063-A22-SD09-06 ° 63 22 14 8.8 40 6 A 0.5
XMRO01-063-A22-SD09-06C £ ° 63 22 1.4 8.8 40 6 A 0.5 SDMTO9T3
XMR01-063-A27-SD09-06 ° 63 27 1.4 8.8 50 6 A 0.6
XMR01-063-A27-SD09-06C N o 63 27 14 8.8 50 6 A 0.6
XMRO01-063-A22-SD09-07 ° 63 22 1.4 8.8 40 7 A 0.44
XMRO01-063-A22-SD12-05 ° 63 22 1.8 11.7 40 5 A 0.5
XMR01-063-A22-SD12-05C £ ° 63 22 1.8 11.7 40 5 A 0.5
XMR01-063-A27-SD12-05 ° 63 27 1.8 1.7 50 5 A 0.6
XMR01-063-A27-SD12-05C £ ° 63 27 1.8 11.7 50 5 A 0.6
XMRO01-063-A22-SD12-06 ° 63 22 1.8 1.7 50 6 A 0.55
XMRO01-066-A27-SD12-05C x ° 66 27 1.8 11.7 50 5 A 0.56
XMRO01-080-A27-SD12-05 ° 80 27 1.8 11.7 63 5 A 0.9 SDMT1204
XMRO01-080-A27-SD12-05C x ° 80 27 1.8 11.7 63 5 A 0.9
XMR01-080-A27-SD12-06C £ o 80 27 1.8 1.7 50 6 A 0.9
XMR01-080-A27-SD12-07 ° 80 27 1.8 11.7 50 7 A 0.93
XMRO01-080-A27-SD12-08 ° 80 27 1.8 1.7 50 8 A 0.92
XMRO01-100-B32-SD12-06 ° 100 32 1.8 11.7 50 6 B 1.8
XMRO01-100-B32-SD12-06C b ° 100 32 1.8 11.7 50 6 B 1.8
XMRO01-080-A32-SD15-05 o 80 32 2.2 14 50 5 A 0.72
XMR01-080-A27-SD15-05 o 80 27 2.2 14 50 5 A 0.78
XMR01-100-B32-SD15-07 o 100 32 2.2 14 50 7 B 1.2 SDMT1505
XMRO1-125-B40-SD15-09 o 125 40 2.2 14 63 9 B 29
XMRO01-160-B40-SD15-12 o 160 40 2.2 14 63 12 B 4.4
® Ex stock 0 On demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Highfeed miling  INA@xable milling
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Spare parts
Insert SDMTO06T2 SDMTO09T3 SDMT1204 SDMT1505
@D 20-63 25-63 32-100 40-160
p Clamp WD-204 WD-204 WD-208
v Screw (clamp) 160M4*8.4 160M4*8.4 160M5*13
v Screw (insert) 160M2.2*5.5 160M4%8.4 160M5%13
@ | scewinsert) I60M3.5*08TT
w;./ Wrench (clamp) WT15IP WT15IP WT20IP
g./ Wrench (insert) WTO07IP WT10IP WT15IP WT20IP
SDMT L 1.C S d
06 T2 | 635 | 635 | 258 2.5
(Z)  Ideal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
£2  Normal machining conditions 1204 | 127 | 127 | 476 4.4
Milling inserts g% Unfavourable machining conditions 15 05 |15.875|15.875| 556 | 55
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRBBR DB ShBeRE OO0 O
M| SBDHEB DShBeeE OO0 O
} K S O (2]@) &
N St TR
S &9 OBBB
H
N——mE;NNFNomNNNNN‘— E
ISO ralR2ddavgeeglalkaygs 2 |ss
UUU=Z=Z=20000aa00uYuYuYuvuu ©) = N
[ e N e e e R ea ) faa e Bifa'a i o'a Mifa'a B wa ia'a B e Riaa ) b~ =z [ala)
S>E>>>>>>>>>>>>>>>> |5 [>>
SDMT06T208-DM 0.8 |15 ° °
ﬁ SDMTO09T312-DM 1.2 (15| e ° ° ° °
SDMT120412-DM 1.2 |15 e ° ° [}
SDMT150520-DM 2 |15 o
SDMT06T208-PM 08 |15 e ° °
ﬁ_ SDMTO09T312-PM 1.2 |15 () [
e SDMT120412-PM 1.2 |15 () [N
SDMT150520-PM 2 |15 ) o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B216 Grade selection B22 Technical info B20 Cutting data B447
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Indexable milling high feed miling

High feed milling

/
@D| ae
©3©
N [ ap L1
n, L
3 %]

W type insert, Weldon shank

D(]: od

Dimensions [mm] Inserts
i 3
Article sz | Stock o0 o . N . ) Teeth ﬂ
—

XMR01-020-XP20-WP05-02-M o 20 20 1.5 3.8 50 130 2 0.2
XMR01-020-XP20-WP05-02-L ° 20 20 1.5 3.8 100 180 2 0.3 WPGT0503
XMR01-020-XP20-WP05-02-XL ° 20 20 1.5 3.8 130 250 2 0.8
XMR01-025-XP25-WP06-02-M ° 25 25 1.5 4.35 60 140 2 0.4
XMR01-025-XP25-WP06-02-L ° 25 25 1.5 4.35 120 200 2 0.6
XMR01-025-XP25-WP06-02-XL ° 25 25 1.5 4.35 180 300 2 1
XMR01-032-XP32-WP06-03-M ° 32 32 1.5 4.35 70 150 3 0.8
XMR01-032-XP32-WP06-03-L ° 32 32 1.5 435 120 200 3 1 WPGT0604
XMR01-032-XP32-WP06-03-XL ° 32 32 1.5 435 180 300 3 1.6
XMRO01-040-XP32-WP06-03-M ° 40 32 1.5 4.35 50 150 3 0.9
XMR01-040-XP32-WP06-03-L ° 40 32 1.5 4.35 50 250 3 1.5
XMR01-040-XP32-WP06-03-XL ° 40 32 1.5 4.35 50 300 3 1.8
XMR01-040-XP32-WP08-02-M ° 40 32 1.5 5.66 50 150 2 0.9
XMRO01-040-XP32-WP08-02-L ° 40 32 1.5 5.66 50 250 2 1.5 WPGT0806
XMRO01-040-XP32-WP08-02-XL ° 40 32 1.5 5.66 50 300 2 1.9

® Ex stock o0 On demand

* With internal cooling

variabler Einstellwinkel (Einstellwinkel ist hier plattengroBenabhéngig)- lead angle:
WPGTO5 insert: 16° WPGTO06 insert: 22°; WPGTO08 insert: 11°; WPGTO09 insert: 21°

System code B22 Grade selection B20 Technical info B447 Cutting data B216

B160 v



Highfeed miling  INA@xable milling

Spare parts
Insert WPGT0503 WPGT0604 WPGT0806
@D 25-40 40
& camp WD-208
v Screw (clamp) 160M5%13
v Screw (insert) 160M4%8.4 160M5%13
@ | screw (insert) I60M3.5*08TT
)- Wrench (clamp) WT20IT
)- Wrench (insert) WT20IT
<~ | Wrench (insert) wT10IP WT15IP
WPGT 1.C S d
iZ)  Ideal machining conditions 0503 | 794 | 35 4
&€  Normal machining conditions 06 04 | 9.525 4.2 44
Milling inserts & Unfavourable machining conditions 08 06 | 1285 | 6.35 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B HBHBE & DHPkE OO O
11 #7 M| SBSGH BOGHBHE 00 O
=1 K 88 O 80 &
L .'_ —|-
-1 N & L
—~ S 8 OB
H
m oo o~ N NN NN 2
N — — -~ = — — —
150 r SRS 88RLRSSRSSNRL2lR 2 |55
UUU=S=220000a00U000vuY vy ) = N
[oa e e R e e e N e R wa | faa R e'a WY a'a Y e'a MY 'a W o'a WY 'a MY 'a MY 'a ) 94 =z (alya)
SES>SS>S>>>>>>>>>>>>>> |5 [=>
WPGT050315ZSR-PM 1.5 °
9 | WPGT060415ZSR-PM 15 |e .
WPGT080615ZSR-PM 15 | @ °
WPGT050315ZSR 15 |e () °
6 WPGT060415ZSR 15 |e o o o
==— | WPGT080615ZSR 15 |e ° e o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B447 Technical info B20 Cutting data B216
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Indexable milling high feed miling

High feed milling

2

'l

W type insert, Arbor mounting

Dimensions [mm] Inserts
. - .
Article sz | Stock . o . e ) Teeth Coupling ﬁ
—

XMR01-050-A22-WP06-04 ° 50 22 1.5 4.35 50 4 A 0.4
XMR01-050-A22-WP06-04C ] ° 50 22 1.5 4.35 50 4 A 0.4 WPGTO604
XMRO01-050-A22-WP08-03 ° 50 22 1.5 5.66 50 3 A - 0.4
XMRO01-050-A22-WP08-03C £ o 50 22 1.5 5.66 50 3 A 0.4
XMR01-063-A22-WP08-04 o 63 22 1.5 5.66 50 4 A 0.7
XMRO01-063-A27-WP08-04 ° 63 27 1.5 5.66 50 4 A 0.7
XMR01-063-A27-WP08-04C £ o 63 27 1.5 5.66 50 4 A 0.7
XMRO01-063-A22-WP08-04C ] ° 63 22 1.5 5.66 50 4 A 0.7
XMR01-080-A27-WP08-05 ° 80 27 1.5 5.66 63 5 A 1.5
XMRO01-080-A27-WP08-05C b ° 80 27 1.5 5.66 63 5 A 1.5 WPGTO806
XMRO01-100-B32-WP08-06 ° 100 32 1.5 5.66 63 6 B 2.2
XMRO01-100-B32-WP08-06C £ o 100 32 1.5 5.66 63 6 B 2.2
XMRO01-125-B40-WP08-07 ° 125 40 1.5 5.66 63 7 B 3.5
XMRO01-125-B40-WP08-07C b ° 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

XMRO1-160-B40-WP08-08C b o 160 40 1.5 5.66 63 8 B

XMRO01-063-A22-WP09-03 o 63 22 3 6.8 50 3 A 0.7
XMRO01-063-A22-WP09-03C E o 63 22 3 6.8 50 3 A 0.7
XMR01-080-A27-WP09-04 o 80 27 3 6.8 63 4 A 1.4
XMR01-080-A27-WP09-04C N o 80 27 3 6.8 63 4 A 1.4
XMRO01-100-B32-WP09-05 ° 100 32 3 6.8 63 5 B 2.1
XMRO1-100-B32-WP09-05C b o 100 32 3 6.8 63 5 B 2.1 WPGTO0907
XMRO1-125-B40-WP09-06 o 125 40 3 6.8 63 6 B 3.7
XMRO01-125-B40-WP09-06C E o 125 40 3 6.8 63 6 B 3.7
XMRO01-160-B40-WP09-07 o 160 40 3 6.8 63 7 B 6.3
XMRO01-160-B40-WP09-07C N o 160 40 3 6.8 63 7 B 6.3

® Ex stock o0 On demand

> With internal cooling

variabler Einstellwinkel (Einstellwinkel ist hier plattengro3enabhéngig)- lead angle:
WPGTOS5 insert: 16° WPGTO06 insert: 22°; WPGTO08 insert: 11°, WPGTOQ9 insert: 21°

System code B22

B162

Grade selection

B20

Technical info

B447

Cutting data

B216



Highfeed miling  INA@xable milling

e

ZCC:CT

Spare parts
Insert WPGT0604 WPGT0806 WPGT0907
@D 50 50-160 3-160
F=4 Clamp WD-208 WD-208
W | screw (clamp) I60M5*13 I60M5*13
v Screw (insert) 160M4%8.4 160M5*13 160M5%13
), Wrench (clamp) WT20IT WT20IT
P | Wrench (insert WT20IT WT20IT
/ Wrench (insert) WT15IS
WPGT 1.C S d
i) Ideal machining conditions 06 04 | 9525 | 4.2 44
&  Normal machining conditions 08 06 | 12.85 | 6.35 55
Milling inserts &  Unfavourable machining conditions 09 07 15 7 5.5
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [5BRDBHBE D SHBRee OO0 O
11"#7 M| O8OOD SOOHme 00 O
—rT K S O &S0 e
4 - .'_ =-
4 N & L
? S CIX] OBHBB
H
o — B~ — =
150 r IBBERLBCRSSSE8N2ERE 2 |55
JUOUS==0Q000auuouuouu (U =«
[oa e e R e e e W e R wa | ffaa Wi o'a MY a'a Y o'a MY 'a W o'a WY 'a MY 'a MY 2 94 =z (alya)
SESSESSSSESSESSSSSSE S 5SS
| WPGT060415ZSR-PM 15 | e .
9 | WPGT080615ZSR-PM 15 o .
S 0100072575k PM 25 .
WPGT060415ZSR 15 |e °
6 WPGT080615ZSR 15 o o o
~——— | WPGT090725ZSR 25 o e o©
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B20 Grade selection B216 Technical info B22 Cutting data B447
-5

B163

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling soremiling

Bore milling

XMPO1 Kr:90°

2D
ap{ A»
|
T == = = =AY v —
A s | R ST
. pm L
Lg—d_j ad
C D
Dimensions [mm] Inserts
Article s | Stock Teeth | Coupling — |
' @0 | od | b | a | L =
XMPO01-080*18-B27-CNE1210-08 ° 80 27 18 15 50 8 B 0.67
XMPO01-100%*18-B32-CNE1210-08 ° 100 32 18 20 50 8 B 0.99
XMPO01-125%27-B40-CNE1210-15 ° 125 40 27 225 63 15 B 2.46
XMPO01-160%27-C40-CNE1210-18 ° 160 40 27 25 63 18 C 3.7 CNE12
XMP01-200%27-C60-CNE1210-21 ° 200 60 27 31.5 63 21 C 5.46
XMPO01-250%36-C60-CNE1210-32 ° 250 40 36 56.5 63 32 C 9.79
XMPO01-315%36-D60-CNE1210-42 ° 315 60 36 47.5 63 42 D 17.65
XMPO01-400*36-D60-CNE1210-52 ° 400 60 36 36 63 52 D 27.36
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert CNE12
@D 80-400
v Screw (insert) 160M4*12
;;/ Wrench (insert) WT15IP

System code B22

B164

Grade selection

B20

Technical info

B447

Cutting data

B216



soremiling  INdexable milling

2 Ideal machining conditions CNE L S d
£ Normal machining conditions 12 12.8 6.35 44
MiIIing inserts &  Unfavourable machining conditions
CN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
R/C
M| SBDHEB ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO RCIWISSAadmugeeylal2yg2 (2 |ss
UUU=2=220000a00U0uvuyYuy ©) = N
[ R e g e e R ea R ea ) faa e Bifa'a i oa Mifaa WY e ifa'a B e Riaa ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
CNE121006A 04 |10 °
ﬁ
CNE121006B 0.6 |10 o °
@
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling  Tsiot miling
T-slot milling
TMPO1 Kr:90°
L1
L2
o W | o0 |- | > e~ E[)E oD
3 e ® )
5 Lo
Weldon shank
Dimensions [mm] Inserts
Article sk | Stock Teeth |No. of inserts|T-slot specifi- =
@D 2D, od L, L, L3 cation
TMPO01-021-XP25-MP06-01 ° 21 25 10 100 32 9 1 2 12
MPHT0606
TMP01-025-XP25-MP06-01 ° 25 25 12 100 35 11 1 2 14
TMPO01-032-XP32-MP08-02 o 32 32 15 110 45 14 2 4 18 MPHT0803
TMPO01-040-XP32-MP12-02 ° 40 32 19 125 55 18 2 4 22
TMPO01-050-XP40-MP12-02 ° 50 40 25 140 65 22 2 4 28 MPHT1204
TMP01-060-XP50-MP12-02 ° 60 50 32 160 80 28 2 6 36
® Ex stock o On demand
* With internal cooling
Spare parts
Insert MPHT0606 MPHTO0803 MPHT1204
@D 21-25 32 40-60
v Screw (insert) 160M2.5%5.5 160M3*7 160M5%10 /
<~ | Wrench (insert) WTO7IP WTO9IP L _
£
)- Wrench (insert) WT20IT ‘ :
System code B22 Grade selection B20 Technical info B447 Cutting data B216

B166



Tsiotmiling  INdexable milling

MPHT L 1.C S d
i) Ideal machining conditions 0603 | 635 | 635 | 3.18 | 238
&2 Normal machining conditions 0803 | 83 83 | 318 | 34
Milling inserts &8 Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
MP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRODBR DB ShBRRE OO0 O
e == M| O800G 88888 00 O
. is ‘
4 il K ©# O S0 £
Iy N o O
o S & 0BBS
H
Ne—— M= NN NowmoNNNN N — ‘:—)
ISO r2eddm2R2SNRRNRLLR |2 55
O0U==20000R000U0LUYU U =&
[ R e g e e R e R ea ) faa e Bifa'a i e'a Mifaa S e ifa'a B e Riaa ) b= =z [al¥a)
S>E>>>>>>>>>>>>>>>> |5 [>>
MPHT060304-DM 04 |e@ ° °
u MPHT080305-DM 05 |e ° °
MPHT120408-DM 08 |e o ) °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling  Heiical milling

Helical milling

HMPO1 Kr: 90° 0 &

@D & 5 D od
©
e
L1
L
= Weldon shank
Stock Dimensions [mm] Teeth Inserts
Article sk Teeth row Shank type S

R|L @D e od L, L APKT | SPMT -
HMPO01-040x55-XP40-SP12-02 e © 40 55 40 95 175 2 1 5 Weldon APKT1504 &
HMP01-050x55-XP40-SP12-04 ° 50 55 40 95 175 4 2 10 Weldon SPMT1204

® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 40 50
W | screw (insert) I60M5*10 I60M5*13 4 ﬁ‘ﬁ
Ceog
}&\ o
Wrench (insert) WT20T WT20T Lggre
System code B22 Grade selection B20 Technical info B447 Cutting data B216
' & .
B168



Helical miling  INd@xable milling

i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 1504 | 1633 | 4.76 5.4
MiIIing inserts &  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
17 5= M| 92008 OOems 00 O
ra i K e% O Q0 £
|
- N St TR
B S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rwigeddaneegResanrs |2 |ss
UVUU=Z=2=20000aa0uLYuYuYvY ©) = N
[ e e e R e R ea ) faa e Bifa'a i o'a Mifaa WY oa ia'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
E APKT150412-KM 1.2 {127 °
E APKT150412-PM 1.2 (127 ) °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
i) Ideal machining conditions SPMT L 1.C S d
&  Normal machining conditions 1204 | 127 | 127 | 476 | 55
Milling inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBH & ShBwse OO O
M| DBDBDHE DHPhszsz OO0 O
K L O Stl@) &8
N & ST
S CCIEK OBHBHB
H
Ne—e— M= NN ANNNN N E
150 rfRRNdnnReSedLIINaLR2 2 |55
JOU=S=S0000RQ0000uuu O =«
[ Qe R e e Ry e Ry e Ry a'a Sy aa ) o'a i 'a [ o'a i a'a Y o'a [ a'a i 'a i 'a [ o'a f = =4 [alya}
S>>>>>>>>>>>>>>>>5 | |[>>
§ SPMT120408-PM 0.8 ] [}
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Indexable milling  Heiical milling

Helical milling

@D

Stock Dimensions [mm] Teeth Inserts
Article sl Teethrow Shanktype o
R|L @D e L, L APKT | SPMT E
HMPO01-050x84-BT50-SP12-04 o o 50 84 145  246.8 4 2 16 BT
HMPO01-050x84-JT50-SP12-04 o O 50 84 145  246.75 4 2 16 JT
HMPO01-063x74-BT50-SP12-04 o o 63 74 135 236.8 4 2 14 BT
HMP01-063x74-JT50-SP12-04 o o 63 74 135 236.75 4 2 14 JT
HMP01-063x104-BT50-SP12-04 o o 63 104 165 266.8 4 2 20 BT
HMP01-063x104-JT50-SP12-04 e O 63 104 165  266.75 4 2 20 JT APKT1504 &
HMPO01-063x134-BT50-5P12-04 o o 63 134 195 2968 4 2 26 BT SPMT1204
HMPO01-063x134-JT50-SP12-04 o O 63 134 195 296.75 4 2 26 JT
HMPO01-080x104-BT50-SP12-04 o O 80 104 165 266.8 4 2 20 BT
HMPO01-080x104-JT50-SP12-04 o O 80 104 165 266.75 4 2 20 JT
HMPO01-080x144-BT50-SP12-04 o o 80 144 205  306.8 4 2 28 BT
HMPO01-080x144-JT50-SP12-04 o o 80 144 205 306.75 4 2 28 JT
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert APKT1504 & SPMT1204
@D 50-80
ﬁk
v Screw (insert) I60M5%10 =
/’ Wrench (insert) WT20IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Helical miling  INd@xable milling

i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 1504 | 1633 | 4.76 5.4
MiIIing inserts &  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
17 5= M| 92008 OOems 00 O
ra i K e% O Q0 £
|
- N St TR
B S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rwigeddaneegResanrs |2 |ss
UVUU=Z=2=20000aa0uLYuYuYvY ©) = N
[ e e e R e R ea ) faa e Bifa'a i o'a Mifaa WY oa ia'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
E APKT150412-KM 1.2 {127 °
E APKT150412-PM 1.2 (127 ) °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
i) Ideal machining conditions SPMT L 1.C S d
&  Normal machining conditions 1204 | 127 | 127 | 476 | 55
Milling inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBH & ShBwse OO O
M| DBDBDHE DHPhszsz OO0 O
K L O Stl@) &8
N & ST
S CCIEK OBHBHB
H
Ne—e— M= NN ANNNN N E
150 rfRRNdnnReSedLIINaLR2 2 |55
JOU=S=S0000RQ0000uuu O =«
[ Qe R e e Ry e Ry e Ry a'a Sy aa ) o'a i 'a [ o'a i a'a Y o'a [ a'a i 'a i 'a [ o'a f = =4 [alya}
S>>>>>>>>>>>>>>>>5 | |[>>
§ SPMT120408-PM 0.8 ] [}
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Indexable milling  Heiical milling

Helical milling

HMPO1 EC Kr: 90° 0

@D

Stock Dimensions [mm] Teeth Inserts
Article sk Teeth row Shank type
R|L @D e L, L APKT | SPMT -
HMPO1-050x84EC-BT50-SP12-04 o o 50 84 145  246.8 4 2 16 BT
HMPO01-050x84EC-JT50-SP12-04 e O 50 84 145  246.75 4 2 16 JT
HMPO01-063x74EC-BT50-SP12-04 o o 63 74 135 236.8 4 2 14 BT
HMPO01-063x74EC-JT50-SP12-04 o o 63 74 135 236.75 4 2 14 JT
HMPO01-063x104EC-BT50-SP12-04 o o 63 104 165 266.8 4 2 20 BT
HMPO01-063x104EC-JT50-SP12-04 o o 63 104 165  266.75 4 2 20 JT APKT1504 &
HMPO01-063x134EC-BT50-SP12-04 o o 63 134 195 2968 4 2 26 BT SPMT1204
HMPO01-063x134EC-JT50-SP12-04 e O 63 134 195 296.75 4 2 26 JT
HMPO01-080x104EC-BT50-SP12-04 o O 80 104 165 266.8 4 2 20 BT
HMPO01-080x104EC-JT50-SP12-04 o O 80 104 165 266.75 4 2 20 JT
HMPO01-080x144EC-BT50-SP12-04 o o 80 144 205  306.8 4 2 28 BT
HMPO01-080x144EC-JT50-SP12-04 o o 80 144 205 306.75 4 2 28 JT
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert APKT1504 & SPMT1204 APKT1504 & SPMT1204 APKT1504 & SPMT1204
@D 50 63 80
W  indexable head 050EC 063EC 080EC
@ | Screw (head) M10¥50 M10#50 M12#55
v Screw (insert) 160M5%13 160M5*13 160M5%13
€ | Wrench (head) WH8O0L WH8OL WH100L
/’ Wrench (insert) WT20IS WT20IS WT20IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Helical miling  INd@xable milling

i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 1504 | 1633 | 4.76 5.4
MiIIing inserts &  Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
17 5= M| 92008 OOems 00 O
ra i K e% O Q0 £
|
- N St TR
B S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rwigeddaneegResanrs |2 |ss
UVUU=Z=2=20000aa0uLYuYuYvY ©) = N
[ e e e R e R ea ) faa e Bifa'a i o'a Mifaa WY oa ia'a B e Riaa ) b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 [>>
E APKT150412-KM 1.2 {127 °
E APKT150412-PM 1.2 (127 ) °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
i) Ideal machining conditions SPMT L 1.C S d
&  Normal machining conditions 1204 | 127 | 127 | 476 | 55
Milling inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBH & ShBwse OO O
M| DBDBDHE DHPhszsz OO0 O
K L O Stl@) &8
N & ST
S CCIEK OBHBHB
H
Ne—e— M= NN ANNNN N E
150 rfRRNdnnReSedLIINaLR2 2 |55
JOU=S=S0000RQ0000uuu O =«
[ Qe R e e Ry e Ry e Ry a'a Sy aa ) o'a i 'a [ o'a i a'a Y o'a [ a'a i 'a i 'a [ o'a f = =4 [alya}
S>>>>>>>>>>>>>>>>5 | |[>>
§ SPMT120408-PM 0.8 ] [}
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Indexable mllling Chamfer milling

Chamfer milling

'y
CMZ01 Kr:30° 0

)

od

30|

L1

L

Straight shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMZ01-012-G20-SP12-01 12 20 40 100 1 0.2
CMZ01-025-G25-SP12-02 25 25 40 120 0.8 SPMT1204
CMZ01-032-G32-SP12-03 32 32 40 180 1.1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-32
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-5
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Indexable mllling Chamfer milling

Chamfer milling

'y
CMZ01 Kr:30° 0

e

R}

od

L

Weldon shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMZ01-012-XP20-SP12-01 12 20 40 100 1 0.2
CMZ01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMZ01-032-XP32-SP12-03 32 32 40 180 1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-32
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-5
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Indexable mllling Chamfer milling

Chamfer milling

'y
CMAO01 Kr:45° 0

)

od

457

L1

L

Straight shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMAO01-012-G20-SP12-01 12 20 40 100 1 0.2
CMAO01-025-G25-SP12-02 25 25 40 120 0.8 SPMT1204
CMAO01-032-G32-SP12-03 32 32 40 180 1.1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-32
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-5

B179

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Chamfer milling

Chamfer milling

'y
CMAO01 Kr:45° 0

e

R}

0

od

b 7

L

Weldon shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMAO01-012-XP20-SP12-01 12 20 40 100 1 0.2
CMAO01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMAO01-032-XP32-SP12-03 32 32 40 100 1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-32
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-5
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Indexable mllling Chamfer milling

Chamfer milling

'y
CMDO1 Kr:60° 0

)

60|

L1

L

Straight shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMD01-012-G20-SP12-01 12 20 40 100 1 0.2
CMD01-025-G25-SP12-02 25 25 40 120 2 0.8 SPMT1204
CMD01-036-G32-SP12-03 36 32 40 180 1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-36
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
B182 ﬂ'



Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Chamfer milling

Chamfer milling

'y
CMDO1 Kr:60° 0

e

R}

60 L1

L

Weldon shank

Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D od L, L -y
pr——
CMDO01-012-XP20-SP12-01 12 20 40 100 1 0.2
CMD01-025-XP25-SP12-02 25 25 40 120 2 0.6 SPMT1204
CMD01-036-XP32-SP12-03 36 32 40 180 1
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SPMT1204
oD 12-36
v Screw (insert) 143M5%11 % '.'!"" y
B T
r'-" J\ |
/ Wrench (insert) WT20IS N
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
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Chamfer milling Indexable mi"ing

Ideal machining conditions SPMT L I.C S d
& Normal machining conditions 1204 | 127 | 127 | 476 5.5
MiIIing inserts &  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBROBR DB ShBeRE OO0 O
M| SBDDH ShBee OO0 O
K B O (2]1@) 98
N &b TR
S CEI K] OBBB
H
N——mE;NN\—NomNNNNN\— E
1SO rRReddm 28223k aR28 s |2 |55
UUU=Z=220000a00U0uvuy vy ©) = N
[ R a e e R ea R ea ) faa e Bifa'a i o'a Mifaa W oa ifa'a B e e ) b= =z [alya)
S>> >>>>>>>>>5 |5 [>>
SPMT120408 08 |o @ O o0 °
—_—
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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QCH series

Indexable heads

Bl Quick tool change reduces the set-up time and therefore
the machine breakdown.

Stable force-locking connection.

Increased flexibility in production.

B Allindexable heads are designed for the application with
inner cooling (except QCH-ZOHX).

Machining operations

Force-locking connection

- Extensions available in steel and solid carbide.
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Indexable mllling Indexable heads — QCH series

Profile milling

QCH - XPHT @ &

MD
D1

Dimensions [mm] Inserts
Article e | Stock Teeth
' o> | @D, | a, L | ™MD <7
QCH-16-XPHT16-M10 ° 16 17 16 28 10 2 0.036 XPHT16
QCH-20-XPHT20-M12 ° 20 19 20 30 12 2 0.051 XPHT20
QCH-25-XPHT25-M12 ° 25 24 25 35 12 2 0.071 XPHT25
QCH-30-XPHT30-M16 ° 30 29 30 45 16 2 0.14 XPHT30
QCH-32-XPHT32-M16 ° 32 30 32 45 16 2 0.162 XPHT32
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32

@ | scewinsert) I60M3.5*08TT

v Screw (insert) 160M2.5%6.5 160M4*10 160M5%13.2 160M5%13.2 ‘

P Wrench (insert) WT20IT WT20IT

/ Wrench (insert) WT15S

g;-,/ Wrench (insert) WT10IP

3,/ Wrench (insert) WTO7P

System code B22 Grade selection B20 Technical info B447 Cutting data B216

' - .
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Indexable heads — QCH series Indexable mi"ing

XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
iZ)  Ideal machining conditions 25 25 476 | 47
&  Normal machining conditions 30 30 6.35 5.8
Milling inserts &  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3B BMDBSs & ShBwe OO O
M| DBDBDHBE DHPhezz OO0 O
K B8 O SO &8
N & ST
S CCI X OSBBB
H
N—‘—mEENNl—NQmNNNNN; E
150 R1aFRdadamd 2SI m2l= = |55
VUU=Z=220000a00000UYUYUY | =Aq
(e~ R a g e R a R va el lfaa R 'a B a'a B o'a M a'a B 'a Wi a'a B o'a R aa ) b= =z (alya)
SE>E>>>>>>>>>>>>>>>5> |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
&E2¥ | XPHT25R1204-GM 125 .
XPHT30R1506-GM 15 |11 °
XPHT32R1606-GM 16 | 9 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

High-feed mills

QCH-SDMT Kr: 15° 0 @ 0

e

O

1l
Il

|

i
il

L
Dimensions [mm] Inserts
Article sie | Stock Teeth
' @D | op, L MD -~
—.
QCH-20-SDMT06-M10-03 o 20 19 30 10 3 0.058
QCH-25-SDMT06-M12-04 o 25 24 35 12 4 0.097 SDMTO06T2
QCH-32-SDMT06-M16-05 o 32 30 45 16 5 0.183
QCH-25-SDMT09-M12-02 o 25 24 35 12 2 0.088
QCH-30-SDMT09-M16-03 ° 30 29 45 16 3 0.176 SDMTO09T3
QCH-35-SDMT09-M16-03 ° 35 30 45 16 3 0.216
QCH-32-SDMT12-M16-02 ° 32 30 45 16 2 0.175
QCH-35-SDMT12-M16-02 ° 35 30 45 16 2 0.2 SDMT1204
QCH-40-SDMT12-M16-03 ° 40 30 45 16 3 0.3
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SDMTO06T2 SDMTO09T3 SDMT1204
@D 20-35 25-35 32-40
& camp WD-204 WD-204
@ | screw (clamp) I60M3.5%08TT
v Screw (clamp) 160M4*8.4
v Screw (insert) 160M2.2*5.5 160M4*8.4 160M4*8.4
& | Wrench (clamp) WT10IP WT15IP
;;/ Wrench (insert) WTO7IP WT15IP WT15IP
System code B22 Grade selection B20 Technical info B447 Cutting data B216
*
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Indexable heads — QCH series

Indexable milling

SDMT L 1.C S d
i) Ideal machining conditions 06T2 | 635 | 635 | 258 | 25
&2 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts &8 Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRODBR DB ShBRRE OO0 O
M| SBDHEB ShoBee OO0 O
) K B O (2]@) &
N St TR
S CEI ] OBBB
H
N_—mEENNFNomNNNNN; E
ISO ralRRdam2i22d38RaR28 = [= |55
UVUU=Z=2=20000aa00YLYuYuYYvY V) = N
[ R a g e e e W ea ) lfaa e Bia'a i e'a Mifaa W oa Wia'a B e e ) b~ =z [al¥a)
S>>>>>>>>>>>>>>>>> |5 [>>
SDMT06T208-DM 0.8 |15 ° °
ﬁ SDMT09T312-DM 12 |15|e ° ) °
= | SDMT120412-DM 12 |15|e e o oo
SDMTO06T208-PM 08 |15 |e ) °
#9 | sDmMT09T312-PM 12 15 oo
| SDMT120412-PM 12 |15 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

High-feed mills

QCH - WPGT & 0 @

o

o©®

@D
\

oD

| —

N

MD
[%]]]

MD
D1

Dimensions [mm] Inserts
Article o2 | Stock Teeth
' @D | @D, L MD A
o ——
QCH-20-WPGT05-M10-02 o 20 18 30 10 2 0.056 WPGTO0503
QCH-25-WPGT06-M12-02 o 25 21 35 12 2 0.097
QCH-32-WPGT06-M16-03 ° 32 29 43 16 3 0.185
WPGT0604
QCH-35-WPGT06-M16-03 ° 35 30 45 16 3 0.201
QCH-42-WPGT06-M16-04 o 42 29 43 16 4
QCH-35-WPGT08-M16-02 ° 35 30 45 16 2 0.196 WPGT0806
® Ex stock o0 On demand
* With internal cooling
variabler Einstellwinkel (Einstellwinkel ist hier plattengréBenabhéngig)- lead angle:
WPGTOS5 insert: 16° WPGTO06 insert: 22°; WPGTO08 insert: 11°, WPGTO09 insert: 21°
Spare parts
Insert WPGT0503 WPGT0604 WPGT0806
@D 20 25-42 35
F= Clamp WD-208
v Screw (clamp) 160M5%13
v Screw (insert) 160M4*8.4 160M5*%13
‘ Screw (insert) 160M3.5*08TT
) Wrench (clamp) WT20IT
) Wrench (insert) WT20IT
<~ | Wrench (insert) WT10P WT15P
System code B22 Grade selection B20 Technical info B447 Cutting data B216
e
B192 v
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Indexable heads — QCH series Indexable mi"ing

WPGT 1.C S d
(Z)  Ideal machining conditions 05 03 7.94 35 4
£  Normal machining conditions 06 04 | 9525 | 42 4.4
Milling inserts g%  Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRODBR DB ShBRRE OO0 O
M| SBDHEB ShoBee OO0 O
K B O (2]@) 98
N St TR
S CEI ] OBBB
H
Ne—— M= NN NowmoNNNN N — ‘:—)
ISO r2eddm2R2SNRRNRLLR |2 55
O00===200|l00Q000UU0OOLU U |=&
[ R e g e e R e R ea ) faa e Bifa'a i e'a Mifaa S e ifa'a B e Riaa ) b= =z [al¥a)
S>E>>>>>>>>>>>>>>>> |5 [>>
WPGT050315ZSR-PM 1.5 °
#9 | WPGT060415ZSR-PM 15 |e .
S | WpGT0806152Z5R-PM 15 | o .
WPGT050315ZSR 15 |e ° °
6 WPGT060415ZSR 15 | e o e o
_— WPGT080615ZSR 15 e [ ) °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

Indexable heads — QCH series

'

QCH - APKT Kr: 90°

Turning

()]
£
E Dimensions [mm] Inserts
Article e | Stock Teeth
' o> | oD, | a, L | MD o |
T
QCH-16-APKT11-M8-02 ° 16 12.5 10.5 25 8 2 0.028
QCH-20-APKT11-M10-03 ° 20 18 10.5 30 10 3 0.059
C QCH-25-APKT11-M12-04 ° 25 21 10.5 35 12 4 0.104 APKT11T3
QCH-32-APKT11-M16-05 ° 32 29 10.5 43 16 5
QCH-40-APKT11-M16-06 ° 40 29 10.5 43 16 6
QCH-25-APKT16-M12-02 o 25 21 10.5 38 12 2 0.09
QCH-32-APKT16-M16-03 ° 32 29 10.5 46 16 3 APKT1604
()}
£ QCH-40-APKT16-M16-04 ° 40 29 10.5 46 16 4
5 ® Ex stock o0 On demand
* With internal cooling
D Spare parts
Insert APKT11T3 APKT1604
@D 16-40 25-40
c v Screw (insert) 160M4*8.4
© O
U 4
.
T = v Screw (insert) 160M2.5%6.5T
QL
£
~§;a/ Wrench (insert) WTO8IP WT15IP
<
[
ke
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
B194 v

Z00 -

cT



Indexable heads — QCH series Indexable mi"ing

i@ Ideal machining conditions APKT L S d
£ Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts & Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
] s P ODHDBDBE & SOBEE OO O
; — M| SBDDH SOBEE OO O
wl b _ ....... R K o8 O 80 &
: 17 N € D
880 L S %’é %‘% O 69 69 69
H
Ne— =M= = NNl = E
1SO rwiesddmogeegRans2R2 2 |55
UUU=Z=Z20000a00U0uyvuyY O = N
feegeeeoeeeecaeaas £ 29
APKT11T304-ALH 04 | 6.5 ° e o
m APKT11T308-ALH 0.8 | 6.5 ° I )
[
APKT160408-ALH 0.8 |9.33 [] L)
APKT11T304-APF 04 | 65 °
'! APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 |9.33 ° o ¢}
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 0.8 | 6.5 ° ° °
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 ° ° °
‘H APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 |9.33 ° [ 3 °
APKT160416-APM 1.6 |9.33 ° [ °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 19.33 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5 o0
& APKT11T308-LH 0.8 | 6.5 o0
APKT160408-LH 0.8 |9.33
APKT11T304-PF 04 | 65 o ° ° °
APKT11T308-PF 0.8 | 6.5 o o °
o APKT11T312-PF 1.2 | 65 o
WS | APKT11T316-PF 16 | 6.5 o
APKT160408-PF 0.8 |9.33 ° o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 e @ @ o0 o ° °
APKT11T308-PM 08 |65 e @ ® 0o 000 ° o0 °
o APKT11T312-PM 12 | 65 o o ° o
S| APKT11T316-PM 16 | 65 ° o e o
APKT160408-PM 08 |933/e @ @ @ 0 @ 0 o ° (I} °
APKT160416-PM 1.6 |9.33|0 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

@ Ideal machining conditions APKT L S d
&2 Normal machining conditions 11 T3 | 12.24 3.6 2.8
Mi"ing inserts &  Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBHE O ShBee 00 O
r
; — M| DBDODHEB Shhes OO0 O
w| fo ) fl e K o8 O &0 %
: 1971 N € B
880 L S * ‘%% 0696969
H
Ne—— M= =N NownmoNNNN N — ‘L—)
1SO rliwigasddmogeegRSas2yg2 B |55
VUU=Z=220000a00U00vVY vy Y] = N
[ e N e e R ea ) e e fifa'a i e'a Wifaa WY e ifaa B e e ) b= =z an
S>> >>>>>>>>>5 |5 [=>
APKT11T304-PR 04 | 6.5 o o o
APKT11T308-PR 0.8 | 6.5 o
& APKT11T312-PR 12 | 65 )
APKT11T316-PR 16 | 65 o
APKT160408-PR 0.8 |9.33 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Indexable heads — QCH series Indexable mi"ing

Indexable heads - QCH series

wnw P

[4]8)

Dimensions [mm] Inserts
Article s | Stock Teeth
' @D | oD, L MD @
eges’
QCH-16-RD07-M8-02 o 16 15 25 8 2 0.027
QCH-20-RD07-M10-03 o 20 18 30 10 3 0.058 RDKWO0702
QCH-25-RD07-M12-03 o 25 21 35 12 3 0.093
QCH-20-RD10-M10-02 o 20 19 30 10 2 0.054
QCH-25-RD10-M12-02 o 25 24 35 12 2 0.097 RDKW10T3
QCH-32-RD10-M16-03 o 32 30 45 16 3 0.183
QCH-32-RD16-M16-02 ° 32 30 45 16 2 0.156 RDKW1605
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert RDKW0702 RDKW10T3 RDKW1605
@D 16-25 20-32 32
W | screw (insert) I60M2.5%6.5T
v Screw (insert) 160M4*8 160M5%13
¢~ | Wrench (insert) WTO8IP WT15IP
) Wrench (insert) WT20IT
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

RDKW 1.C S d
() Ideal machining conditions 07 02 7 2.38 2.7
£2  Normal machining conditions 10 T3 10 3.97 44
Milling inserts & Unfavourable machining conditions 16 05 16 5.56 5.5
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O ShBRe 00 O
M| SBDODHEB Shhese OO0 O
K B O SO L
N &b D &
S & OBBH
H
Ne—— M= NN N— ‘E
IS0 aR28dmLgeSeyRRaR2482 |2 |85
JO0U==20000Q000U0LOLY U =&
[ e N e R e W ea ) fea i 'a fifa'a B 'a Mifaa B wa i aa B e e b= =z an
S>E>>>>>>>>>>>>>>>> |5 |>>
RDKW10T3MO o0 o ° ° o
w RDKW1605MO ° e O e
RDKW0702MO-1 ° °
w RDKW0702MO-2 °
® Ex stock o0 On demand HC' Coated carbide
HT Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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Indexable heads — QCH series Indexable mi"ing

Indexable heads - QCH series

QCH-RD

[4]8)

L
Dimensions [mm] Inserts
Article sle | Stock Teeth
' @0 | @b, L MD w
-’

QCH-15-RDKW0702-M8-02 ° 15 12.5 23 8 2
QCH-15-RDKW0702-M8-03 ° 15 12.5 23 8 3

RDKWO0702
QCH-20-RDKW0702-M10-04 ° 20 18 30 10 4
QCH-25-RDKW0702-M12-05 ° 25 21 35 12 5
QCH-20-RDKW1003-M10-02 ° 20 18 30 10 2
QCH-25-RDKW1003-M12-02 ° 25 21 35 12 2
QCH-25-RDKW1003-M12-03 ° 25 21 35 12 3

RDKW1003
QCH-30-RDKW1003-M16-04 ° 30 29 43 16 4
QCH-35-RDKW1003-M16-04 ° 35 29 43 16 4
QCH-42-RDKW1003-M16-05 ° 42 29 43 16 5
QCH-24-RDKW12T3-M12-02 ° 24 21 35 12 2
QCH-35-RDKW12T3-M16-03 ° 35 29 43 16 3 RDKW12T3
QCH-42-RDKW12T3-M16-04 ° 42 29 43 16 4
QCH-32-RDKW1604-M16-02 ° 32 29 43 16 2 RDKW1604

® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RDKW0702 RDKW1003 RDKW12T3 RDKW1604
@D 20-42 24-42 32

o Clamp WX16N
. Screw (clamp) LOM3.5%7.1
v Screw (clamp) 160M4.5%10
v Screw (insert) 160M2.2*5.5 160M3.5*7.7 160M3.5%7.7 160M4.5%10
5./ Wrench (insert) WT15P WT15P
) Wrench (insert) WT20T
System code B22 B20 Technical info B447 Cutting data B216
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Indexable mllling Indexable heads — QCH series

RDKW 1.C S d
07 02 7 2.38 2.7
() Ideal machining conditions 10 03 10 3.18 3.9
o €3 Normal machining conditions 12 T3 12 3.97 3.9
= Milling inserts &  Unfavourable machining conditions 1604 | 16 | 476 | 52
5
= RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBHRGHBE S ShHBEeE OO0 O
M| DBHHDBEH ShH@e OO0 O
K B O SO &
B N St SEEC
S s Sk OBHOB
H
N.—.—mEENN—NQU\NNNNNE ku‘—:
=2} 150 SRV m 222 dRRIaRkR28s |= |55
c UUU=S=220000a00U000VYYY ) = A
— e R a e R~ a = e a i =a ) lfea i o'a Ji a'a i o'a Wi 'a B o'a N a'a Wi o'a Wi a'a } I P4 [ala)
= S>>>>>>>>>>>>>>>>5 |5 [>>
= RDKW0702MO-1 . .
RDKW0702MO-2 °
RDKW1003MO-1 o0 L)
RDKW1003MO-2 °
RDKW1003MO-3 ° °
C w RDKW12T3MO-1 o0 e 00
| okwiaTamos e o© .
RDKW12T3MO-3 ° °
RDKW1604MO-1 o0 e oo °
g’ RDKW1604MO-2
:=; RDKW1604MO-3 o0 ° ° o ° °
= ® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
[
© O
= ®
£E
o O
=
<
[
ke
£
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable heads — QCH series Indexable mi"ing

Indexable heads - QCH series

<

QCH - ZOHX
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Dimensions [mm] Inserts
Article s | Stock A
' o0 | @D, L MD -
QCH-16-ZOHX16-M8 ° 16 15 28 16 0.029 ZOHX16
QCH-20-ZOHX20-M10 ° 20 19 30 20 0.048 ZOHX20
QCH-25-ZOHX25-M12 ° 25 24 35 25 0.087 ZOHX25
QCH-30-ZOHX30-M16 ° 30 29 45 30 0.17 ZOHX30
QCH-32-ZOHX32-M16 ° 32 30 45 32 0.18 ZOHX32
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 16 20 25 30 32
‘ Screw (insert) 170M5*12TT I70M5*16TT 170M6*20TT 170M8*25TT 170M8*25TT ‘
) Wrench (insert) WT30IT WT30IT
3,/ Wrench (insert) WT20IP WT20IP WT20IP
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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ZOHX | IC 5 d
16 16 4 5
20 20 5 5
@  Ideal machining conditions 25 25 6 6
£ Normal machining conditions 30 30 7 8
Milling inserts 4 Unfavourable machining conditions 32 32 7 8
Z0** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P DB HBHBE DB SOBE OO O
M| DRHDBB LOBdE OO0 O
K Dgx O SO EK]
N O SR
S K OBHBDB
H
N — M~ — N N|— n NN AN AN N ‘k_)
150 RIS2S2ELBVKSS]RSSNR2R2 |2 |55
O00==2=2000RVVUVLYUOVOY U |=&
[~ R a R e R a R e Wyaa ) faa R e'a B a'a R 'a Wi a'a B 'a i a'a B 'a R aa b= =z [alya)
S>E>>>>>>>>>>>>>>>> |5 |=>
ZOHX1604-GF °
_ ZOHX2005-GF 10 .
§.’ = ) | ZOHX2506-GF 125 .
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1604-GM 8 °
- ZOHX2005-GM 10 °
Q ZOHX2506-GM 12,5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
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General milling inserts Indexable mi"ing

O Ideal machining conditions HNGX 1.C S
€3 Normal machining conditions 0905 | 916 |15875| 5.56
Milling inserts g%  Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o0 P o8008 ¢ oo988 00 0
Nz M| OR00R BOORe 00 O
K S O @) £
N & ST
S % B OBBHB
S
H
M - — Y
IS0 r 1958803 040ee888a80 Qb b oo
O0U===20000R00000U0Y U =&
[ ea R e N e g e N ~a R e W ea ) faa Wi oa B a'a i oa Wifea Wi ea Wi aa N ra B e | I~ =z [alya)
S>>>>>>>>>>>>>>>>> |5 |[>>
HNGX090530-HDR 3 o o
HDR
MR HNGX090516-MR 1.6 °
? HNGX090520-MR 2
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324

B203

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling General milling inserts

O Ideal machining conditions LNE3 LW L S d
€3 Normal machining conditions 2.30 | 476 |15.875) 9.525 | 4.2
Milling inserts €8  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
W P SOB0O% ¢ 00088 00 |0
. . g
. 0= M| SBODR BOBRBE OO0 O
1 K L O S0 £
Ll K
i N & o8
- . S LI OBHBHB
H
M = — ~N o~ NN NN N 2
IS0 r 1888888038288 8 80 b oo
UUU=Z=220000U0U00UYUY U |=Aq
[ e R N a R N a R aa M ea ) faa Y oa i a'a i oa Wifaa WY a i aa R ra Ry aa § = =z [alya)
S>>>>>>>>>>>>>>>>> |5 |>>
LNE32.302 45Fase °
=
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
i
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General milling inserts Indexable mi"ing

O Ideal machining conditions LNE3 LW L S d
€3 Normal machining conditions 2.53 | 476 |15.875] 9.525 | 44
Milling inserts g%  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
W P OOR00% ¢ O0088 00 [0
. . g
; 0 M| SBBOR BOBBBE OO (O
‘ K L O @) £
L
%} N o o0
; S % B OBBHB
H
M = — ~N o~ NN NN 2
150 r 195888808 gg g 2 g5
UUU=Z=220000a00VU0uyuy ) = N
[ ea R e N e g e N ~a R e W ea ) faa Wi oa B a'a i oa Wifea Wi ea Wi aa N ra B e | I~ =z [alya)
S>>>>>>>>>>>>>>>>> |5 |[>>
LNE32.534 1.6 O @ O
(=]
=
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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Indexable mllling General milling inserts

O Ideal machining conditions LNCX W L )
€3 Normal machining conditions 18 06 10 24 6.4
Milling inserts €8  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SORBBHE O ShBeBE OO0 O
M| SBDBHB ShBee: OO0 O
K L O S0 £
16 N &8 ST
S CCIE OBHBHB
H
M = — ~N o~ NN NN N 2
IS0 bs S5 58080 RSS8SgRQRRR 2 oo
OO0U===20000Q000U0ULVY U =&
[ e R N a R N a R aa M ea ) faa Y oa i a'a i oa Wifaa WY a i aa R ra Ry aa § = =z [alya)
S>>>>>>>>>>>>>>>>> |5 |>>
LNCX1806AZL 2.0
LNCX1806AZR 2.0 o o
' LNCX1806AZT11L 2.0 °
LNCX1806AZT11R 2.0 °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
i
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General milling inserts Indexable mi"ing

SNKN L 1.C S
O  Ideal machining conditions 1204 127 12.7 476
€3 Normal machining conditions 1504 |15875|15875| 4.76
Milling inserts §% Unfavourable machining conditions 1904 | 19.05 | 19.05 | 476
SN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBHE & ShBeEE OO0 O
s M| DBDBHB ShBese OO0 O
[
10 ) K o8 o 80 &
~
\I_\Jga N 0 D
+ & S L€ OB BB
H
Ne—e—M———~NN=—NonaNNNAN N E
1SO bs (be Q2 2AdmLRCS2ILI8ILRE |2 |58
UUU=Z=Z20000a0U00uuwyuyY U = N
[sa R e e e e e a e a M aa ) (s MY aa i a'a W a'a i a'a M a'a Wi o'a Wi 'a W o'a )l 2 P [alya)
S>>>>>>>>>>>>>>>>> |5 |[>>
SNKN1204ENN 1.5 109 ° LI} o
SNKN1504ENN 1.5 109 ° o o
SNKN1904ENN 1.5 (1.0
-—
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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Indexable mllling General milling inserts

O Ideal machining conditions SP* L 1.C )
A €3 Normal machining conditions 1203 | 127 | 127 14
Milling inserts §%  Unfavourable machining conditions 1504 |15875]15875| 14
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P SORBHBHE O ShBeBE OO0 O
c
£ ‘5’ s M| ssoos soass 00 O
Ei GRS K o# O 80 &
Ttz 15° N & o
= 1 S SO 0BNS
H
B [3a] oo o~ NN NN N 2
N e = = - " - |=
IS0 bs [be @22 0RBURSSRISSrILRL |2 |55
UUU=Z=220000a00V00uyyuyYy |9 = N
[ ea R N a g N a R aa N ea ) faa Y oa i a'a i oa Bifaa MY ea e R aa Riyaa | = =z [alya)
S>E>>>>>>>>>>>>>>>> |5 |>>
SPAN1203EDEL 32 1.0 °
SPAN1203EDER 32 1.0 °
2 SPAN1203EDFL 32 |10 o
E SPAN1203EDFR 32 1.0 .
o SPAN1203EDL 32 |1.0
SPAN1203EDR 32 1.0 o
SPAN1504EDFL 48 (1.0
SPAN1504EDFR 48 (1.0 o
C SPCN1203EDSKR 32 1.0 °
SPCN1504EDSKR 48 (1.0 °
-—
(o))
£ e Exstock o Ondemand HC' Coated carbide
= HT  Uncoated cermet
o HC? Coated cermet
HW Uncoated carbide
c
© O
S %
¢
o O
=
<
(3]
o
£
System code A194 Grade selection A38 Technical info A445 Cutting data A324
-

B208 ”



General milling inserts Indexable mi"ing

SPMR L 1.C S
O  Ideal machining conditions 0903 | 9525 | 9525 | 3.18
€3 Normal machining conditions 0913 | 9525 | 9525 | 3.97
MiIIing inserts €8  Unfavourable machining conditions 12§88 127 | 127 | 3.18
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBHE & SODBHER OO O
o o M| SBDODH ShBese OO0 O
e L K 8% O 80 %
C_],
N & DR
\ 7
e < S LCIE OB BB
H
Ne—c— M= —NN=—NounaNNNN N B
o) rIRRILBLK2SILSSNR2482 |2 |58
O0U==2=20000R000U0ULVY U =&
[sa R e e e e e a e a M aa ) (s MY aa i a'a W a'a i a'a M a'a Wi o'a Wi 'a W o'a )l 2 P [alya)
S>>>>>>>>>>>>>>>>> |5 |[>>
SPMR090304 0.4 °
SPMR090308 0.8 °
SPMR09T304 0.4
SPMR120304 0.4 °
"
SPMR120308 0.8 o0
SPMR120312 1.2 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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Indexable mllling General milling inserts

SPMT L I.C S d
A O Ideal machining conditions 0603 | 635 | 635 | 3.18 28
€3 Normal machining conditions 0913 | 9.525 | 9.525 | 3.97 44
MiIIing inserts €8  Unfavourable machining conditions 12088 127 | 127 | 476 | 55
- SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
= P SBHBBHE O ShBeEeE OO0 O
= M| SBDBHEB ShBese OO0 O
K @B O S0 B
N &8 D
S LI OB BB
B i
Ne—— M= NN NNN N 'L—)
1SO rfeeldangeegganlege |2 |58
O0U===20000R000U0UUY U =&
[Sa Qe e e R ea e a R aa e a ) (s M aa s W a'a i a'a N a'a Wi a'a Wi a'a B o'a |l 7 P [alya)
S>>>>>>>>>>>>>>>>5 |5 |[>>
SPMT120408-HT-1 0.8 o
o HT-1
£
= B
—_—
SPMTO09T308-HT 0.8 ° ° °
HT
C —_—
SPMT060304-KT 0.4 °
KT
o
: ~
5 —
® Ex stock 0 On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
D HW Uncoated carbide
c
© O
g5
£E
o O
=
<
[
©
£
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General milling inserts Indexable mi"ing

Sp*¥ L 1.C S
09 03 9.525 | 9.525 3.18
12 03 12.7 12.7 3.18
O  Ideal machining conditions 12 04 127 127 4.76
€5 Normal machining conditions 1504 |15.875|15.875| 476
Milling inserts g%  Unfavourable machining conditions 1904 | 1905 | 1905 | 476
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
o0 P BB HBR & SHPRE OO O
A —— N 17 M| OR00s SoO®eE OO0 |0
- 7 \
~¥ K B O 80 &8
\ | / N 69 63 %‘%
N S B B O0BBS
H
N — — M~ — NN|— naoNaoNoN oo 8
IS0 r22e88nLLEeRg N b oo
UO0U=S=5S0000R0000uuyu O =«
[oa Qe e e e N wa R va R ea | lfea Ny a'a JYe'a Y 'a By 'a M 'a WY c'a S 'a W ' | 94 =z [ala)
S>E>>>>>>>>>>>>>>>> |5 |[>>
SPGN090304 0.4
SPGN090308 0.8
SPGN120304 0.4 °
SPGN120308 0.8 °
SPGN120404 0.4
SPGN120408 0.8
sy | SPGN120412 1.2
SPGN150404 0.4
SPGN150408 0.8
SPGN150412 1.2
SPGN190408 0.8
SPGN190416 1.6
SPUN090304 0.4
SPUN090308 0.8
SPUN120304 0.4
SPUN120308 0.8 ® O °
SPUN120312 1.2 °
— SPUN150408 0.8 o
SPUN150412 1.2 [
SPUN190408 0.8
SPUN190412 1.2
SPUN190416 1.6
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection Technical info A445 Cutting data A324
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Indexable mllling General milling inserts

TP** L 1.C S
O Ideal machining conditions 1103 [ 635 3.18
€3 Normal machining conditions 16 03 165 | 9525 | 3.18
MiIIing inserts €8  Unfavourable machining conditions 2258 22 127 | 476
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SBRBBE O ShBeEeE OO0 O
M| SBDBHEB ShBese OO0 O
K @B O S0 B
N L D
S LI OB BB
H
Ne—— M= NN NNN N 'L—)
ISO bs |lbe|an | LI I MRS 5aLR 2 |2 |55
UUU=Z=2200/00a0000uYuy Y] = N
[Sa Qe e e R ea e a R aa e a ) (s M aa s W a'a i a'a N a'a Wi a'a Wi a'a B o'a |l 7 P [alya)
S>>>>>>>>>>>>>>>>5 |5 |[>>
TPAN1103PP22PN 0.7 |07 11 o o
TPAN1603PPS42PN 1.2 112111
TPAN2204PDER 14 |14|15
W= | TPAN2204PDFR 14 (141 )
TPCN1103PPS22PN 0.7 |07 11
TPCN2204PDFR 14 114]15 o
TPCN2204PDRSKR 14 114]15 °
WS | TPCN2204PPEN 14 (14| M o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
i
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General milling inserts Indexable mi"ing

O Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 1603 | 165 | 9525 | 3.18
Milling inserts g%  Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOBRBDBH DB ShBeE OO0 O
M| HBDBHB DhBes: OO0 O
K L O @) £
N & ST
S % B OBBHB
H
o0 oo o~ NN NN 2
N = = = - " — =
IS0 bs [belan | S 28K QBLQRSSRSS R0 2 g5
UUU=Z=220000aVU00uuyuy O = N
(e ea R e N e g e N ~a R e W ea ) faa i oa B a'a i oa Wifaa i a Wi aa Wi ra By e | = =z [alya)
S>>>>>>>>>>>>>>>>> |5 |[>>
TPKN1603PDRSKR 1.0 [1.2]11 ° ° °
TPKN1603PDSKL 1.0 (12| 1"
TPKN1603PDTKR 1.0 [1.2] 1 o o
— TPKN1603PPER 1.0 [1.2] 11 °
TPKN1603PPFR 1.0 [1.2] 11 o o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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Indexable mllling General milling inserts

TP** L 1.C S
09 02 9.63 5.56 2.38
11 02 11 6.35 2.38
11 03 11 6.35 3.18
16 03 16.5 | 9.525 | 3.18
O  Ideal machining conditions 16 04 16.5 | 9525 | 476
€3 Normal machining conditions 22 04 22 12.7 4.76
Milling inserts € Unfavourable machining conditions 3309 | 33 | 1905 952
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDBHBE D SODBHEE OO (O
M| SBODH SODERE OO0 O
K S O S0 &5
od N © D
» S 8 o o] 11
H
]
IS0 (85885 50Q58888280880 o oo
UUU=Z=220000U0U00UYUY U |=Aq
feeeegeeeepegeeees £ 28
TPMR090204 0.4 °
TPMR110304 0.4 ° °
TPMR110308 0.8 ° o
TPMR160304 0.4 ® O o
s | TPMR160308 08 ® oo o
TPMR160312 1.2 o o
TPMR220412 1.2 °
TPMR330916 1.6
TPUN110208 0.8
TPUN110304 0.4 °
TPUN110308 0.8 °
TPUN160304 0.4 ° o
TPUN160308 0.8 ® O o
TPUN160312 1.2 ° °
s | TPUN160408 0.8
TPUN160412 1.2
TPUN220404 0.4
TPUN220408 0.8 °
TPUN220412 1.2 [} o
TPUN220416 1.6 o
® Ex stock 0 On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A194 Grade selection A38 Technical info A445 Cutting data A324
&
B214 v




General milling inserts Indexable mi"ing
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Indexa ble m | I I i ng Recommended cutting data

Guide for recommended cutting data - indexable milling

Seacting valioes for ]
Brinel E e
{o)) Compaeation ¢ snucture § heat Bestment hardriess E TBCB2 YICAT) YBO 52 YBO2E2
g = 3 a0 /D | aT
= njas| s e us s s
= PRLTe ancwaled 125 R
ca, BAS HE annealed 190 2 | oz | s
| ca.0As R C tompered. o 3 | no | Mo
€A 0TS %C anrealed 7 4 185 210 160 185
“nqﬁ'c' Rirmprad. 300 5 | 1 | s | 1s0 [ e
ancsled 180 6 | 2 | ms | 1es | s
tempered s 7| s | 20 | e [ 1=
[r— 100 g8 | wm | 19 | s [ 1m0
Y] 350 9 | s | 185 | 135 | w48
High-alicsped ssoel and high-atioyed annealed 00 1w | e | e | us | e
bardenedandtempered | 325 | 0 | 95 | 1os | s0 | =
Terrnic markenamic anrealed 200 12
ﬂwwnll._i\\'. lle-Iu-_! 240 13
180
330

C

Drilling

HEEEHEEE

O

pure itarium

108

andtempened | SSHRC | 40

Technical
Information
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walues are guide values, wheth wise determined under ideal corditions,

E Fevd rate recommandations on paege 260,
wew page DL
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Recommended cutting data Indexable mi"ing

Recommend feed rate

Indexable milling - group1 (FMAO07/11/12, FMD02, EMP0S/13)

Mlsoioris | Jwefes[ | [ | 1 ] | T [ [ | Jewles]

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

2. Select the used grade.

3. Determine the immersion.

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

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

6. Select the used tool, the machining mode and the used material.
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Indexable mllllng Recommended cutting data

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

Starting values for cutting speed vc [m/min]

s
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBC401 YBD152 YBD252
HB £
J.-:‘é ae/D ae/D ae/D ae/D
= 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5 1/1)3/4 1/5
ca.0,15% C annealed 125 1 260 300 225 260
ca. 0,45 % C annealed 190 2 225 255 195 225
Unalloyed steel ca.0,45 % C tempered 250 3 210 240 180 210
ca.0,75% C annealed 270 4 185 210 160 185
ca.0,75% C tempered 300 5] 170 195 150 170
P annealed 180 6 225 255 195 225
tempered 275 7 185 210 160 185
Low-alloyed steel
tempered 300 8 170 195 150 170
tempered 350 9 145 165 125 145
High-alloyed steel and high-alloyed annealed 200 10 130 150 115 130
tool steel hardened and tempered 325 1 95 105 80 95
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 370 430 320 370
Grey cast iron
perlitic (martensitic) 260 17 220 255 190 220
ferritic 160 18 255 295 220 255
K Cast iron with spheroidal graphite
perlitic 250 19 170 200 145 170
ferritic 130 20 305 355 265 305
Malleable cast iron
perlitic 230 21 205 240 175 205
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B218

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD) HW
YBM253 YBG102 YB9320 YBG205 YBG252 YBG302 YD101 YD201
ae./D ae/D ae./D ae./D a./D ae./D a./D a./D
1|34 15 |11)3/4| /5 |113/4) 5 (134 15 (1|34 15 | 1A|34 | 15 | 11|3/4 /5 [11]3/4] /5
260 300 270 315 245 285 235 275 230 265 225 260
225 255 230 270 210 245 200 235 200 230 195 225
210 240 220 255 200 230 190 220 185 215 180 210
185 210 190 225 175 200 165 195 165 190 160 185
170 195 180 205 160 190 155 180 150 175 150 170
225 255 230 270 210 245 200 235 200 230 195 225
185 210 190 225 175 200 165 195 165 190 160 185
170 195 180 205 160 190 155 180 150 175 150 170
145 165 150 175 135 160 130 155 130 150 125 145
130 150 135 160 125 145 120 140 115 135 115 130
95 105 95 115 920 100 85 100 85 95 80 95
130 150 135 160 125 145 120 140 115 135 115 130
110 130 115 135 105 120 100 120 100 115 95 110
140 160 145 170 130 155 125 150 125 145 120 140
110 130 115 135 105 120 100 120 100 115 95 110
300 345 270 315 260 300 255 295 250 290
180 205 160 190 155 180 150 175 150 170
205 240 185 215 180 210 175 200 170 195
135 160 125 145 120 140 115 135 115 130
245 285 225 260 215 250 210 240 205 235
165 190 150 175 145 165 140 160 135 160
1505 1735 1450 1670
1225 1420 1180 1370
540 620 515 600
435 505 420 485
220 255 215 250
170 195 160 190
210 245 205 235
385 445 370 430
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)
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Indexable mllllng Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B220

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

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

|3/ 15 | 14|34 /5 |34 5 (1134 15 (1|34 15 |1A|34 | 15 |34 /5 (1134 15 | 113/4] 15 | 1A|34 ] 15 | 11]3/4| /5
245 285 255 295 240 280 230 265 220 255 215 250 210 245 270 315
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
200 230 205 240 195 225 185 215 180 205 175 200 170 200 220 255
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
210 245 220 255 205 240 200 230 190 220 185 215 180 210 235 270
175 200 180 210 170 200 165 190 155 180 155 175 150 175 195 220
160 190 170 195 160 185 150 175 145 170 140 165 140 160 180 210
135 160 145 165 135 155 130 150 125 145 120 140 120 135 150 180
125 145 130 150 120 140 115 135 110 130 110 125 105 125 140 160
90 100 90 105 85 100 85 95 80 920 80 920 75 920 100 110
125 145 130 150 120 140 115 135 110 130 110 125 105 125 135 160
105 120 110 125 105 120 100 115 95 110 95 105 90 105 115 135
130 155 140 160 130 150 125 145 120 140 115 135 115 130 145 170
105 120 110 125 105 120 100 115 95 110 95 105 90 105 115 135

285 330 265 305 255 295 245 285 240 280 235 275
170 195 160 185 150 175 145 170 140 165 140 160
195 225 180 210 175 200 165 195 165 190 160 185
130 150 120 140 115 135 110 130 110 125 105 125
230 270 220 255 210 240 200 230 195 225 190 225
155 180 145 170 140 160 135 155 130 150 130 150
1505 1735 1205 1390 1040 1200
1225 1420 980 1140 850 980
540 620 435 500 375 435
435 505 350 405 300 350
220 255 180 205 155 180
170 195 140 160 120 140
210 245 170 200 150 170
385 445 310 360 265 310
75 85 70 80 65 75 65 75 65 75 60 70
50 55 50 55 45 50 45 50 45 50 40 45
60 70 55 65 55 65 50 55 50 55 50 55
35 40 35 40 30 35 30 35 30 35 30 35
45 50 45 50 40 45 40 45 40 45 40 45
75 85 70 80 65 75 65 75 65 75 60 70
75 85 70 80 65 75 65 75 65 75 60 70
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)
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Indexable mllllng Recommended cutting data

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

Starting values for cutting speed vc [m/min]

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

Note:

B222

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

HC
HT
HC,
HW

Coated carbide

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

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

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

Starting values for cutting speed vc [m/min]

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

Note:

B224

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

Starting values for cutting speed vc [m/min]
HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D ae./D a./D ae/D ae./D ae/D ae./D
11)3/4| 1/5 1720 [1113/4| 1/5 120 [1/1(3/4| 1/5 1720 [171]3/4] 1/5 120 [1/1(3/4| 1/5 1720 [171]3/4| 1/5 120 [11[3/4] 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185
95 105 140 95 115 150 920 105 140 90 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155
345 400 520 300 345 450 300 345 450 285 330 430 270 315 410 260 300 390
210 245 320 180 205 270 180 205 270 170 195 255 160 190 250 155 180 235
240 280 365 205 240 315 205 240 315 195 225 295 185 215 280 180 210 275
160 185 245 135 160 210 135 160 210 130 150 195 125 145 190 120 140 185
285 330 430 245 285 375 245 285 375 230 270 355 225 260 340 215 250 325
190 220 290 165 190 250 165 190 250 155 180 235 150 175 230 145 165 215
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)
N
N> B225
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Indexable mllllng Recommended cutting data

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

Starting values for cutting speed vc [m/min]

Q
8 C (PVD)
Brinell g HC
Material group Composition / structure / heat treatment hardness £ YBG212 YBG252
HB £
g ae/D ae/D
= 1/1)3/4 1/5 1/20 | 1/1|3/4 1/5 1/20
ca.0,15% C annealed 125 1 240 280 365 230 265 345
ca. 0,45 % C annealed 190 2 205 240 315 200 230 300
Unalloyed steel ca.0,45 % C tempered 250 3 195 225 295 185 215 280
ca.0,75% C annealed 270 4 170 200 260 165 190 250
ca.0,75% C tempered 300 5] 160 185 245 150 175 230
P annealed 180 6 205 240 315 200 230 300
tempered 275 7 170 200 260 165 190 250
Low-alloyed steel
tempered 300 8 160 185 245 150 175 230
tempered 350 9 135 155 205 130 150 195
High-alloyed steel and high-alloyed annealed 200 10 120 | 140 | 185 | 115 | 135 | 180
tool steel hardened and tempered 325 1 85 100 | 130 | s8s 95 125
ferritic/martensitic annealed 200 12 120 140 185 115 135 175
martensitic tempered 240 13 105 120 155 100 115 145
M Stainless steel
austenitic quench hardened 180 14 130 150 195 125 145 185
austenitic-ferritic 230 15 105 120 155 100 115 145
perlitic/ferritic 180 16 265 305 400 255 295 385
Grey cast iron
perlitic (martensitic) 260 17 160 185 245 150 175 230
ferritic 160 18 180 210 275 175 200 260
K Cast iron with spheroidal graphite
perlitic 250 19 120 140 185 115 135 180
ferritic 130 20 220 255 335 210 240 315
Malleable cast iron
perlitic 230 21 145 170 225 140 160 210
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B226

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG302
ae./D
1/1]3/4 /5 1/20
225 260 340
195 225 295
180 210 275
160 185 245
150 170 225
195 225 295
160 185 245
150 170 225
125 145 190
15 130 170
80 95 125
115 130 170
95 110 145
120 140 185
95 110 145
250 290 380
150 170 225
170 195 255
115 130 170
205 235 310
135 160 210

HC Coated carbide

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

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

Indexable milling — group 4 (BMR01/02/03/04, TMP01,CMZ01,CMA01,CMDO01)

Starting values for cutting speed vc [m/min]

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

Note:

B228

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBD152 YBD252 YBM253 YBG102 YBG152 YB9320 YBG205
a./D ae./D a./D ae/D ae./D ae/D ae./D
11\3/4| 1/5 120 (11|3/4] 1/5 120 (1/1]3/4| 1/5 120 (1113/4] 1/5 120 [1/1|3/4] 1/5 120 | 113/4] 1/5 120 (1/1|3/4] 1/5 1/20
235 275 360 245 285 375 230 265 345 220 255 335 210 245 320
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
190 220 290 200 230 300 185 215 280 180 205 270 170 200 260
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
200 235 310 210 245 320 200 230 300 190 220 290 180 210 275
165 195 255 175 200 260 165 190 250 155 180 235 150 175 230
155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
130 155 205 135 160 210 130 150 195 125 145 190 120 135 180
120 140 185 125 145 190 115 135 180 110 130 170 105 125 165
85 100 130 90 100 130 85 95 125 80 90 120 75 90 120
120 140 180 125 145 190 115 135 175 110 130 170 105 125 160
100 120 155 105 120 160 100 115 145 95 110 145 920 105 135
125 150 195 130 155 200 125 145 185 120 140 180 115 130 170
100 120 155 105 120 160 100 115 145 95 110 145 90 105 135
300 345 450 260 300 390 270 315 410 255 295 385 245 285 375 235 275 360
180 210 275 155 180 235 160 190 250 150 175 230 145 170 225 140 160 210
210 245 320 180 210 275 185 215 280 175 200 260 165 195 255 160 185 245
140 165 215 120 140 185 125 145 190 115 135 180 110 130 170 105 125 165
250 290 380 215 250 325 225 260 340 210 240 315 200 230 300 190 225 295
170 200 260 145 165 215 150 175 230 140 160 210 135 155 205 130 150 195
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)
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Indexable mllllng Recommended cutting data

Indexable milling — group 4 (BMR01/02/03/04, TMP01,CMZ01,CMA01,CMDO01)

Starting values for cutting speed vc [m/min]

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

Note:

B230

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

Starting values for cutting speed vc [m/min]

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

HC Coated carbide

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

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

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

Starting values for cutting speed vc [m/min]

Q
>
o
Brinell 5 HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBC302 YBM253 YBG101 YB9320
HB £
J.-:‘é ae/D ae/D ae/D ae/D
= /4 1/4 1/4 1/4
ca.0,15% C annealed 125 1 165 180 190 175
ca. 0,45 % C annealed 190 2 145 155 165 150
Unalloyed steel ca.0,45 % C tempered 250 3 135 145 155 140
ca.0,75% C annealed 270 4 120 130 135 125
ca.0,75% C tempered 300 5 110 120 125 115
P annealed 180 6 145 155 165 150
tempered 275 7 120 130 135 125
Low-alloyed steel
tempered 300 8 110 120 125 115
tempered 350 9 95 100 105 100
High-alloyed steel and high-alloyed annealed 200 10 85 20 95 20
tool steel hardened and tempered 325 1 60 65 70 65
ferritic/martensitic annealed 200 12 90 95 90
martensitic tempered 240 13 80 80 75
M Stainless steel
austenitic quench hardened 180 14 100 105 95
austenitic-ferritic 230 15 80 80 75
perlitic/ferritic 180 16 215 190
Grey cast iron
perlitic (martensitic) 260 17 125 115
ferritic 160 18 145 135
K Cast iron with spheroidal graphite
perlitic 250 19 95 920
ferritic 130 20 175 160
Malleable cast iron
perlitic 230 21 115 105
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B232

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

Starting values for cutting speed vc [m/min]

HC (PVD)
YBG205 YBG302
ae/D ae/D
1/4 /4
170 160
145 140
140 130
120 115
115 105
145 140
120 115
115 105
95 90
85 80
60 60
85 80
75 70
95 85
75 70
185 175
115 105
130 120
85 80
155 145
105 100

HC
HT
HC,
HW

Coated carbide

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

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

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

Starting values for cutting speed vc [m/min]

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

Note:

B234

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]

HC (CVD) HC (PVD)
YBM253 YBG102 YBG152 YB9320 YBG205 YBG212 YBG252 YBG302
ae./D ae./D ae/D ae./D ae./D a./D a./D a./D
1|34 15 | 11|34 /5 |1|3/4 5 (134 15 (1|34 15 |1A|34 15 | 11|3/4 /5 [11]3/4] 15
200 230 205 240 195 225 190 220 185 215 185 215 180 210 175 205
170 200 175 205 170 195 165 190 160 185 160 185 155 180 150 175
160 185 165 195 160 180 155 180 150 175 150 175 145 170 140 165
140 165 145 170 140 160 135 155 130 155 130 155 130 150 125 145
130 150 135 160 130 150 125 145 125 140 125 140 120 140 115 135
170 200 175 205 170 195 165 190 160 185 160 185 155 180 150 175
140 165 145 170 140 160 135 155 130 155 130 155 130 150 125 145
130 150 135 160 130 150 125 145 125 140 125 140 120 140 115 135
110 130 115 135 110 125 105 125 105 120 105 120 100 120 100 115
100 115 105 120 100 115 95 110 95 110 95 110 90 105 920 105
70 85 75 85 70 80 70 80 65 80 65 80 65 75 65 75
100 115 105 120 100 115 95 110 95 110 95 110 90 105 90 105
85 100 90 105 85 95 80 95 80 95 80 95 80 90 75 90
110 125 110 130 105 120 105 120 100 115 100 115 100 115 95 110
85 100 90 105 85 95 80 95 80 95 80 95 80 90 75 90
230 265 215 250 210 245 205 240 205 240 200 230 195 225
135 160 130 150 125 145 125 140 125 140 120 140 115 135
155 180 150 170 145 165 140 165 140 165 135 160 135 155
105 120 100 115 95 110 95 110 95 110 90 105 90 105
185 220 180 205 175 200 170 195 170 195 165 190 160 185
125 145 120 135 115 135 115 130 115 130 110 130 105 125
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)

B235

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllllng Recommended cutting data

Indexable milling — group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

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

Note:

B236

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data

Indexable milling

Starting values for cutting speed vc [m/min]
HC (CVD) HC (PVD)
YBD252 YBM253 YBG102 YBG152 YB9320 YBG205 YBG212
a./D ae./D a./D ae/D ae./D ae/D ae./D
11)3/4| 1/5 1720 [1113/4| 1/5 120 [1/1(3/4| 1/5 1720 [171]3/4] 1/5 120 [1/1(3/4| 1/5 1720 [171]3/4| 1/5 120 [11[3/4] 1/5 1/20
260 300 390 270 315 410 255 295 385 245 285 375 235 275 360 240 280 365
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
210 240 315 220 255 335 205 240 315 200 230 300 190 220 290 195 225 295
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
225 255 335 230 270 355 220 255 335 210 245 320 200 235 310 205 240 315
185 210 275 190 225 295 180 210 275 175 200 260 165 195 255 170 200 260
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
145 165 215 150 175 230 145 165 215 135 160 210 130 155 205 135 155 205
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
95 105 140 95 115 150 90 105 140 920 100 130 85 100 130 85 100 130
130 150 195 135 160 205 130 150 195 125 145 190 120 140 180 120 140 185
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
140 160 210 145 170 220 140 160 205 130 155 200 125 150 195 130 150 195
110 130 165 115 135 175 110 125 165 105 120 160 100 120 155 105 120 155
290 335 440 300 345 450 285 330 430 270 315 410 260 300 390 265 305 400
170 195 255 180 205 270 170 195 255 160 190 250 155 180 235 160 185 245
195 225 295 205 240 315 195 225 295 185 215 280 180 210 275 180 210 275
130 150 195 135 160 210 130 150 195 125 145 190 120 140 185 120 140 185
235 270 355 245 285 375 230 270 355 225 260 340 215 250 325 220 255 335
160 180 235 165 190 250 155 180 235 150 175 230 145 165 215 145 170 225
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HC; Coated cermet
HW Uncoated carbide, main component (WC)
N
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Indexable mllllng Recommended cutting data

Indexable milling — group 7 (XMRO1, XMPO1)

Starting values for cutting speed vc [m/min]

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

Note:

B238

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

Feed rate recommendations on page B240.

For examples of material for cutting tool groups view page D22.




Recommended cutting data Indexable mllling

HC
HT
HC,
HW

Coated carbide

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

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

Recommend feed rate

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

Feed rate per cutting edge [mm]

EMP09 EMP13 EMP13 FMAO7 FMAO7 FMAT1
Material group LNKT12 ANGX11 ANGX15 ONHU06 ONHU08 SNEG12
Application
F M R M R F M R F M R F M R M R
Unalloyed steel 0,25 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
P Low-alloyed steel 0,23 | 047 0,22 0,23 0,17 | 0,22 0,17 | 0,22 0,19 | 0,21
High-alloyed steel and high-alloyed tool steel 022 | 044 0,20 0,22 0,16 | 0,20 0,16 | 0,20 0,18 | 0,20
M Stainless steel 0,18 | 0,35 0,14 | 0,16
Grey cast iron 0,28 | 0,55 0,26 0,28 0,20 | 0,26 0,20 | 0,26 022 | 0,25
K Cast iron with spheroidal graphite 0,25 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 0,20 | 0,23
Malleable cast iron 0,25 | 0,50 0,23 0,25 0,19 | 0,23 0,19 | 0,23 020 | 0,23
Aluminium wrought alloys 0,20 0,21
N Aluminium-Gusslegierungen 0,20 0,21
Copper and copper alloys(bronze/brass) 0,18 0,19
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
x Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 2 (FMA01/02/03/04, FMEO1/02, EMP01/02/03/04)
Feed rate per cutting edge [mm]
FMAO1 | FMA02 FMAO03 FMAO03 FMA04 FMA04 FME02
Material group SEET12 SEKN12 SEKN15 OFKTO5 OFKRO7 SPK*12
Application
F M R M R F M R F M R F M R M R
Unalloyed steel 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20
P Low-alloyed steel 0,14 | 0,19 | 0,23 0,17 0,19 0,19 | 0,23 0,19 | 0,23 0,19
High-alloyed steel and high-alloyed tool steel 0,13 | 0,18 | 0,22 0,16 0,18 0,18 | 0,22 0,18 | 0,22 0,18
M Stainless steel 0,11 0,14 | 0,18 0,13 0,14 0,14 | 0,18 0,14 | 0,18 0,14
Grey cast iron 0,17 | 022 | 0,28 0,20 0,22 022 | 0,28 022 | 0,28 0,22
K Cast iron with spheroidal graphite 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20
Malleable cast iron 0,15 | 0,20 | 0,25 0,18 0,20 0,20 | 0,25 0,20 | 0,25 0,20
Aluminium wrought alloys 0,13 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
N Aluminium-Gusslegierungen 0,13 | 0,17 | 0,21 0,17 | 0,21 0,17 | 0,21
Copper and copper alloys(bronze/brass) 0,11 0,15 | 0,19 0,15 | 0,19 0,15 | 0,19
Heat-resistant alloys 0,11 | 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
S Titanium alloys 0,11 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18
Hardened steel
H Hard cast iron
Hardened cast iron
x Non-metallic materials

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

Feed rate per cutting edge [mm]

FMAT1 FMAT1 FMA12 FMDO02 FMDO02
SNEG15 SNEG19 ONHU08 PNEG11 HNEX09
Application
M R M R F M R F M R F M R
022 | 025 0,29 0,23 0,15 | 0,20 | 0,30
0,20 | 0,24 0,27 0,22 0,14 | 0,19 | 0,28
0,19 | 0,22 0,26 0,20 0,13 | 0,18 | 0,26
0,15 | 0,18 0,20 0,16
024 | 0,28 0,32 0,26 017 | 022 | 033 | 0,177 | 0,22 | 0,33
022 | 025 0,29 0,23 0,15 | 0,20 | 0,30 | 0,75 | 0,20 | 0,30
022 | 0,25 0,29 0,23 0,15 | 0,20 | 0,30 | 0,15 | 0,20 | 0,30
F  Finishing
M Medium machining
R Roughing
Feed rate per cutting edge [mm]
FMEO3 FMEO3 FMPO1 FMP02 EMPO1 | EMP02 EMPO1 | EMP02 EMPO3 | EMP04
SPK*12 SPK*15 TPKN22 SEET12 APKT11 APKT16 APKT11
Application
M R M R F M R F M R F M R F M R F M R
0,19 0,20 0,20 0,15 | 0,20 | 0,25 | 0,70 | 0,15 | 0,20 | 0,12 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,17 0,19 0,19 0,14 | 0,19 | 0,23 | 0,09 | 0,74 | 0,19 | 0,11 0,16 | 0,21 009 | 0,19 | 0,23
0,16 0,18 0,18 013 | 0,18 | 0,22 | 0,09 | 0,13 | 0,18 | 0,70 | 0,15 | 0,20 | 0,09 | 0,18 | 0,22
0,13 0,14 0,14 0,11 0,14 | 0,18 [ 0,07 | 0,11 0,14 | 0,08 | 0,72 | 0,76 | 0,07 | 0,14 | 0,18
0,20 0,22 0,22 0,17 | 0,22 | 0,28 | 0,11 017 | 022 [ 0,13 | 0,19 | 0,25 | 0,11 022 | 0,28
0,19 0,20 0,20 015 | 020 | 025 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
0,19 0,20 0,20 015 | 020 | 025 | 0,70 | 0,15 | 0,20 | 0,72 | 0,17 | 0,23 | 0,10 | 0,20 | 0,25
013 | 0,17 | 0,21 009 | 0,13 | 0,17 | 0,70 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21
013 | 0,17 | 0,21 009 | 0,13 | 0,17 | 0,70 | 0,15 | 0,20 | 0,09 | 0,17 | 0,21
0,11 0,15 | 0,19 | 0,08 | 0,11 0,15 | 009 | 0,13 | 0,18 | 0,08 | 0,15 | 0,19
F  Finishing

M Medium machining

R Roughing
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Indexable mllllng Recommended cutting data

Recommend feed rate

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

Feed rate per cutting edge [mm]

FMRO1 FMRO1 FMR02 FMR02 FMR02 FMRO3
Material group RCKT10 RCKT12 RCKT12 RCKT16 RCKT20 RDKWO07
Application
M R M R F M R F M R F M R M R
Unalloyed steel 020 | 0,25 020 | 0,25 0,20 | 0,25 0,23 | 0,29 0,26 | 033 0,17
P Low-alloyed steel 0,19 | 0,23 0,19 | 0,23 0,19 | 0,23 0,21 0,27 0,25 | 0,31 0,16
High-alloyed steel and high-alloyed tool steel 0,18 | 0,22 0,18 | 0,22 0,18 | 0,22 0,20 | 0,25 023 | 0,29 0,15
M Stainless steel 0,14 | 0,18 0,14 | 0,18 0,14 | 0,18 0,16 | 0,20 0,79 | 0,23 0,12
Grey cast iron 022 | 0,28 022 | 0,28 022 | 0,28 025 | 032 0,29 | 0,36 0,19
K Cast iron with spheroidal graphite 020 | 0,25 020 | 0,25 020 | 0,25 023 | 0,29 0,26 | 0,33 0,17
Malleable cast iron 0,20 | 0,25 0,20 | 0,25 0,20 | 0,25 023 | 0,29 026 | 033 0,17
Aluminium wrought alloys
N Aluminium-Gusslegierungen
Copper and copper alloys(bronze/brass)
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
x Non-metallic materials
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Indexable milling - group 3 (FMR01/02/03/04) Circular milling
Feed rate per cutting edge [mm]
FMRO1 FMRO1 FMR02 FMR02 FMR02 FMRO3
Material group RCKT10 RCKT12 RCKT12 RCKT16 RCKT20 RDKWO07
Tool diameter [mm]
25-32 40-50 50-100 63-125 160-200 80-125 160-250 15
Unalloyed steel 0,12 0,16 0,18 0,24 0,32 0,26 0,35 0,07
P Low-alloyed steel 0,11 0,14 0,16 0,21 0,28 0,23 0,31 0,06
High-alloyed steel and high-alloyed tool steel 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
M Stainless steel 0,07 0,09 0,10 0,14 0,18 0,15 0,20 0,04
Grey cast iron 0,11 0,14 0,16 0,22 0,29 0,23 0,32 0,06
K Cast iron with spheroidal graphite 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06
Malleable cast iron 0,10 0,13 0,14 0,19 0,26 0,21 0,28 0,06

Aluminium wrought alloys

Aluminium-Gusslegierungen

Copper and copper alloys(bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

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

Feed rate per cutting edge [mm]

FMRO3 FMRO3 FMR04 FMR04 FMR04
RDKWO08 RDKW10 RDKW12 RDKW16 RDKW20
Application
M R F M R F M R F M R F M R
0,17 0,20 0,15 | 020 | 0,25 | 0,77 | 0,23 | 0,29 0,2 026 | 033
0,16 0,19 0,14 | 0,79 | 0,23 | 0,16 | 0,21 027 | 0,79 | 0,25 | 0,31
0,15 0,18 013 | 0,18 | 0,22 | 0,15 | 0,20 | 0,25 | 0,18 | 0,23 | 0,29
0,12 0,14 0,11 0,14 | 018 | 0,12 | 0,76 | 0,20 | 0,74 | 0,179 | 0,23
0,19 0,22 017 | 022 | 028 | 0,79 | 0,25 | 0,32 | 0,22 | 0,29 | 0,36
0,17 0,20 015 | 020 | 025 | 0,177 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
0,17 0,20 0,15 | 020 | 025 | 0,77 | 0,23 | 0,29 | 0,20 | 0,26 | 0,33
F  Finishing
M Medium machining
R Roughing
Feed rate per cutting edge [mm]
FMR0O3 FMR0O3 FMR04 FMR04 FMR04
RDKWO08 RDKW10 RDKW12 RDKW16 RDKW20
Tool diameter [mm]
16-25 32 50-63 80-100 125-160
0,07 0,12 0,17 0,24 0,30
0,06 0,11 0,15 0,21 0,26
0,06 0,10 0,14 0,19 0,24
0,04 0,07 0,10 0,14 0,17
0,06 0,11 0,15 0,22 0,27
0,06 0,10 0,14 0,19 0,24
0,06 0,10 0,14 0,19 0,24
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Indexable mllllng Recommended cutting data

Recommend feed rate

Indexable milling - group 4 (BMR01/02/03/04, TMP01,CMZ01,CMA01,CMDO01)

Feed rate per cutting edge [mm]

BMRO1 BMRO1 BMRO1 BMRO1 BMR02 BMR02 BMR02 BMRO03 BMRO03
Material group ZD*08 / SP*06 | ZD*11 / SP*06 | ZD*13 / SP*09 | ZP*22 / SP*12 ROHX12 ROHX16 ROHX20 - -
Tool diameter [mm]
20 25 32 40-63 12 16 20 16 20
Unalloyed steel 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14
P Low-alloyed steel 0,10 0,15 0,18 0,22 0,07 0,09 0,10 0,09 0,10
High-alloyed steel and high-alloyed tool steel 0,09 0,14 0,17 0,21 0,07 0,08 0,09 0,08 0,09
M Stainless steel 0,08 0,12 0,14 0,18 0,06 0,07 0,08 0,07 0,08
Grey cast iron 0,18 0,27 0,34 0,42 0,13 0,17 0,18 0,17 0,18
K Cast iron with spheroidal graphite 0,13 0,20 0,25 0,30 0,10 0,12 0,13 0,12 0,13
Malleable cast iron 0,14 0,21 0,26 0,32 0,10 0,13 0,14 0,13 0,14
Aluminium wrought alloys
N Aluminium-Gusslegierungen
Copper and copper alloys(bronze/brass)
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
x Non-metallic materials
Hinweis: Bei den vorgegebenen Schnittwerten handelt es sich um Richtwerte, welche unter Idealbedingungen ermittelt wurden.
In individuellen Anwendungsfallen sind die Werte anzupassen.
Indexable milling - group 5 (SMP01/03/05)
Feed rate per cutting edge [mm]
SMPO1 SMPO1 SMPO1 SMPO1 SMPO1 SMPO3 SMPO3 SMP03 SMPO5
Material group XSEQ1202 XSEQ1203 XSEQ12T3 XSEQ1204 XSEQ12T4 MPHT06 MPHTO08 MPHT12 Qci16
Tool diameter [mm]
63-100 63-100 63-160 63-160 63-160 80-125 125-200 120-200 25-39
Unalloyed steel 0,12 0,12 0,13 0,13 0,14 0,14 0,15 0,16 0,08
P Low-alloyed steel 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
High-alloyed steel and high-alloyed tool steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
M Stainless steel 0,10 0,10 0,11 0,11 0,12 0,12 0,13 0,14 0,07
Grey cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,08
K Cast iron with spheroidal graphite 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07
Malleable cast iron 0,11 0,11 0,12 0,12 0,13 0,13 0,14 0,15 0,07

Aluminium wrought alloys

Aluminium-Gusslegierungen

Copper and copper alloys(bronze/brass)

Heat-resistant alloys

Titanium alloys

H

Hardened steel

Hard cast iron

Hardened cast iron

X

Non-metallic materials

Hinweis: Bei den vorgegebenen Schnittwerten handelt es sich um Richtwerte, welche unter Idealbedingungen ermittelt wurden.
In individuellen Anwendungsféllen sind die Werte anzupassen.
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Recommended cutting data Indexable mi"ing

Feed rate per cutting edge [mm]

BMRO03 BMR0O3 BMRO03 BMR04 BMR04 BMR04 BMR04 BMR04 CMZ01 CMAO1 CMDO1
- - - ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 SPMT12 SPMT12 SPMT12
Tool diameter [mm]

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

Feed rate per cutting edge [mm]

SMPO5

QC22

44

Tool diameter [mm]

0,08

0,08

0,07

0,07

0,08

0,07

0,07
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Indexable mllllng Recommended cutting data

Recommend feed rate

Indexable milling - group 6 (FMD03, FME04, FMP03, HMPO1)

Feed rate per cutting edge [mm]

FMDO3 FMDO03 FMEO4 FMP03 FMP03 FMP0O3
Material group LNKT20 LNKT25 LNKT15 LNKT12 LNKT15 LNKT20
Application
F M R F M R F M R F M R M R F M R
Unalloyed steel 0,50 0,50 0,45 0,45 0,45 0,50
P Low-alloyed steel 0,47 0,47 0,42 0,42 0,42 0,47
High-alloyed steel and high-alloyed tool steel 0,44 0,44 0,40 0,40 0,40 0,44
M Stainless steel 0,45 0,45 0,40 0,40 0,40 0,45
Grey cast iron 0,55 0,55 0,50 0,50 0,50 0,55
K Cast iron with spheroidal graphite 0,50 0,50 0,45 0,45 0,45 0,50
Malleable cast iron 0,50 0,50 0,45 0,45 0,45 0,50
Aluminium wrought alloys
N Aluminium-Gusslegierungen
Copper and copper alloys(bronze/brass)
Heat-resistant alloys
S Titanium alloys
Hardened steel
H Hard cast iron
Hardened cast iron
x Non-metallic materials
Hinweis: Bei den vorgegebenen Schnittwerten handelt es sich um Richtwerte, welche unter Idealbedingungen ermittelt wurden.
In individuellen Anwendungsfallen sind die Werte anzupassen.
Indexable milling - group7 (XMR0O1, XMPO1)
Feed rate per cutting edge [mm]
XMRO1 face milling XMRO1 plunge milling XMRO1 circular milling
Material group SDMT/WPGT SDMT/WPGT SDMT/WPGT
Tool diameter [mm]
20-25 30-50 63-160 20-25 30-50 63-160 20-25 30-50 63-160
Unalloyed steel 1,00 1,20 2,00 0,20 0,25 0,30 0,80 0,96 1,40
P Low-alloyed steel 0,93 U122 1,86 0,19 0,23 0,28 0,74 0,89 1,30
High-alloyed steel and high-alloyed tool steel 0,70 0,84 1,40 0,18 0,22 0,26 0,70 0,84 1,23
M Stainless steel 0,50 0,60 1,00 0,14 0,18 0,21 0,56 0,67 0,98
Grey cast iron 0,90 1,08 1,80 0,22 0,28 0,33 0,88 1,06 1,54
K Cast iron with spheroidal graphite 0,90 1,08 1,80 0,20 0,25 0,30 0,80 0,96 1,40
Malleable cast iron 1,00 1,20 2,00 0,20 0,25 0,30 0,80 0,96 1,40

Aluminium wrought alloys

N Aluminium-Gusslegierungen

Copper and copper alloys(bronze/brass)

Heat-resistant alloys

Titanium alloys

Hardened steel

H Hard cast iron

Hardened cast iron

x Non-metallic materials

Hinweis: Bei den vorgegebenen Schnittwerten handelt es sich um Richtwerte, welche unter Idealbedingungen ermittelt wurden.
In individuellen Anwendungsféllen sind die Werte anzupassen.

N
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Recommended cutting data Indexable mi"ing

Feed rate per cutting edge [mm]

FMP0O3 HMPO1
LNKT25 SPMT-APKT
Application
F M R F M

0,55 0,25
0,51 0,23
0,48 0,22
047 0,15
0,61 0,28
0,55 0,25
0,55 0,25

Feed rate per cutting edge [mm]

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

Trouble shooting - indexable milling cutters

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

caused by vibration

- Chip breaker with bigger chip space
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Technical information — milling TEChnicaI information

Indexable milling

Difference between up-milling and down-milling

—_—>V,

7

Up-milling

V; Feed rate tool

V,, Feed rate work piece

s,
| n Rotation

Down-milling

Up-milling: the feed direction of the work piece is opposite to
that of the milling rotation at the connecting position.

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

Advantages and disadvantages

Direction

Advantages

Disadvantages

Up-milling

- More smooth cut

- Prevents hooking of tool

- Bigger stress on cutting edge
- Shorter tool life

Down-milling

- Higher tool life
- Less thermal stress

- Hooking of tool possible

N

_‘.

a
J
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Technical information

Technical information — milling

Indexable milling

Pitch selection

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

Operational stability

L (low)

M (medium)

H (high)

Wide pitch

Normal pitch

Fine pitch

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

General milling function and multiple mixed
productions.

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

Approach angle

The approach angle is composed by insert. Tool body, chip thickness, cutting forces and tool life are affected especially by the approach angle. Decreas-

ing the approach angle reduces chip thickness and spreads the cutting area between cutting edge and work piece for a given feed rate.
A smaller approach angle also guarantees stable entering or exiting the work piece, to protect the cutting edge and extend tool life. However this will
increase higher axial cutting forces on the work piece, thus it is not suitable for machining thin work piecees such as thin plates.

Approach angle Feed rate per tooth Max. cutting depth
90° h,, =f,xsin,,
75° he = 0,96 X1,
60° f, h,, = 0,86 xf,
45° h,,= 0,707 Xf,
Round h, = @ xf,
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Technical information — milling TEChnicaI information

Indexable milling

General formulas

Feed rate

Feed rate per tooth

V;: Feed rate of worktable (feed speed) [mm/min]

V.. Feed rate [m/min]
D, Nominal diameter of milling tool [mm] f;: Feed rate per tooth [mm/z]
n: Spindle speed [u/min] m ~3,14
z,: Number of teeth T: Machining time [min]
Q: Metal removal rate [cm?/min] f,: Feed rate per revolution [mm/u]
ot g mxD.xn
utting spee T .
V. 1000 [m/min]
) 1000V,
Spindle speed n=———[rev/min]
XD,

Feed rate of work table

V;=f,xnxz, [mm/min]

V,
Feed rate per tooth f = ! [mm/z]
‘ nxZ,
) Vi
Feed rate per revolution f,= — [mm/rev]
n
o 1000x V,
Machining time = ———— [min]
mxD,
Metal I rat %X 9V
etal removal rate _ 300
Q 1000 [cm?®/min]
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Technical information — milling

Indexable milling

Function of angles when face milling

Main angles

Rake angle R

Radial rake angle I’p

Axial rake angle

It

Approach angle

- S Inclination angle of cutting edge

Angle

Feature

Effect

Axial rake angle r,

Influences chip direction

Negative angle, good chip removal

Radial rake angle r,

Influences cutting edge sharpness

Positive angle, good cutting performance

Approach angle Kr

Influences chip thickness

Kr1, chip thicknesst, Kr|, chip thickness;

. Poor cutting performance, Good cutting performance,
Rak leR Infl f . -)<0—(+ .
akeangle nfluences cutting force stable cutting edge () =0=(*) unstable cutting edge
— . - Poor cutting performance, Good cutting performance,
. -)0—(+ .
Inclination angle As Influences chip flow direction stable cutting edge (=) —0—(+) unstable cutting edge

Combination of different rake angles

- Double positive Double negative Positive/Negative

Negative rake
angle [ Fe— Few

/] i Pt e

0° \L
Neutral angle
'h
+ — ‘A f~—
) rhio

Positive angle
Axial rake angle r; + - +
Radial rake angler, + - —

P Vv Vv

M Vv Vv
Application
field E v v

N Vv

S Vv Vv
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Technical information — milling TEChnicaI information

Indexable milling

Cutting performances of different approach angles

Approach angle

Depiction

Explanation

45°

|f
|=

Axial force is largest. It will bend when machining thin-wall
work piece, and reduces the precision of work piece. It is bene-
fit to avoid fringe breakage of work piece when machining

castiron.

75°

T3

The main purpose is to resolve the radial cutting force, it is
often used for general face milling.

20°

T3

The axial force is zero in theory, suitable for milling thin plate
workpiece.

Inserts with wiper

Using standard inserts

Using inserts with wiper

A

fn

YA
1

Rz

Normal surface quality

Bl Insert with wiper

B Standard insert

0.03-0.10mm

High surface quality

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

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

Cutting width

(1.2-1.5) ae

Dc=ae

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

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

D¢: Tool diameter
ae: Lateral infeed
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Technical information technical information - miliing

Indexable milling

Plunging and circular milling with insert APKT

Circular milling

Plunging
% P
; |
| i
- | |
% /K
@D @D
@D
L= 2 P =tan,xmxD;
tan,

a: Plunge angle

a: Helical angle

Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D [mm] ap[mm] a® @D [mm] [mm]
16 10 10 20 30
20 10 5 28 38
AP**11** 25 10 4 40 48
32 10 3 56 60
40 10 2 70 76

Reduce the feed rate when plunging and circular milling.
For drilling operations (axial) set the feed rate under 0.2 mm.
,Attention” - drilling can form long chips.
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Indexable milling
Plunging and circular milling with insert WPGT or SDMT

Approx. programmed radius

Insert approx. R [mm] Residual material K [mm]
WPGT050315ZSR 2 0,5
WPGT060415ZSR 2,5 0,7
WPGT080615ZSR 2,5 0,7
WPGT090725ZSR 4,5 1,2
SDMT06T208 1,6 0,5
SDMT09T312 2,5 0,87 Programmed Programmed
SDMT120412 4,0 093 nose radius R nose radius R
SDMT150620 4,0 1,38
Insert WPGT
Plunging Circular milling
% P
| |
1 © |
a’ e © ap I A
o |/f©}
_ Z
@D @D
@D
L= 2P P =tan,xmxD;
tan,
a: Plunge angle a: Helix angle
Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D [mm] ap[mm] a’ @D; [mm] [mm]
WP**Q5%* 20 1.5 12 24 37
25 1.5 8.8 31 47
WPHOG 32 1.5 5 45 61
40 1.5 3.2 61 77
50 1.5 2.8 81 97
40 1.5 9 52 77
50 1.5 54 71 97
63 1.5 43 97 123
WP**08** 80 1.5 29 131 157
100 1.5 2.1 171 197
125 1.5 1.3 221 247
160 1.5 1.1 291 317
50 3.0 7.2 70 96
63 3.0 4.5 96 122
WP 09+ 80 3.0 2.8 130 156
100 3.0 2.2 170 196
125 3.0 1.6 220 246
160 3.0 1.2 290 316

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

Insert SDMT
Plunging Circular milling
% P
5 i
Lo i |
2 ap 5
o |[©!
_ 7.
@D @D
@Dn
L= —22 P = tan,xmxD;
tan,
a: Plunge angle a: Helix angle
Insert Diameter Max. cutting depth Max. plunge angle Min. diameter Max. diameter
@D (mm) ap[mm] a° @D [mm] [mm]
20 0.8 36 30 38
25 0.8 2.8 40 48
D06+ 32 0.8 1.6 52 60
40 0.8 1.1 70 78
50 0.8 0.8 920 98
63 0.8 0.7 114 122
25 14 6.5 34 48
32 1.4 4.5 48 62
SD**Q9** 35 1.4 3.6 54 68
50 1.4 1.8 84 98
63 1.4 1.3 110 124
32 1.8 10.4 44 60
40 1.8 5.7 60 76
S 50 1.8 35 80 96
63 1.8 25 106 122
80 1.8 1.6 140 156
100 1.8 1.2 180 196
40 2.2 7.3 54 76
80 2.2 14 134 156
SD**15%* 100 2.2 1.0 174 196
125 2.2 0.9 234 246
160 2.2 0.6 304 316

Reduce the feed rate when plunging and circular milling.
For drilling operations (axial) set the feed rate under 0,2 mm.
LAttention” — drilling can form long chips.
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Technical information

Solid carbide mills

Terminology

. Cutting edge diameter
. Chip pocket

. Length of cutting edge
. Total length

Neck

. Shank

. Shank diameter

NouAwWwN =

Chamfer width, main cutting edge
Chamfer width, diameter

Neck, front side

Primary radial clearance angle
Secondary radial clearance angle
Radial rake angle

. Axial main cutting edge

. Core diameter

PNV EWN =

Cutting edge

Axial rake angle

Primary axial clearance angle
Secondary axial clearance angle
Inclination angle

. Radial cutting edge

ounhwnN =

Teeth, chip pocket and tool rigidity

Teeth 2 flutes

3 flutes

4 flutes

Cross section -

Cutting edge ratio 54%

56%

60%

- Large chip pocket

Advantages - Good chip removal

- Good chip removal
- Good surface quality

- Good rigidity
- Good surface

- Slot milling
- Square shoulder milling
- Drilling

Application

- Slot milling
- Square shoulder milling
- Finishing

- Slot milling (flat)
- Square shoulder milling
- Finishing

Length of cutting edge (overhang) and cutting diameter

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

Bend and vibration in the cutting process may occur.

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

the former one.

Reduce the overhang by 20 %

the deflection degree (f) will decrease by 50 %

Increase the diameter by 20 %

/1 Tt~ S
f= FxP _ FxPx64
3xExI 3xExI
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Technical information Technical information - milling

Solid carbide mills
Machining strategy - HPC/UM (HSC) milling cutters

HPC = High Performance Cutting l/

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

ap

Full-slot milling

HSC (UM) = High Speed Cutting
High cutting speeds and feed rates in combination with low cutting depths lead to lower chip thickness as in normal machining.

ae<15%
ap=max

Profiling Trochoidal milling

The UM milling cutter is specifically optimised for HSC machining.

RN
B2

) .

— (=

B1=p2 aq | a,zaz

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

<
pes <



Technical information - milling TeChnicaI information

Solid carbide mills
HSC strategy

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

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

hmax

| ; fz= hmax

I
| u
1.

.);l&

ae<d/2 hmax<fz ae>d/2 hmax=fz

hmax = 21z /%(1—%‘*)

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

Example

Tool

Machining

— Sy

10 cuts 10 cuts

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

Workpiece material

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

Cutting data

Vc 550 m/min

n 8750U/min

fz 0.3mm/z (hmax= 0.19 mm)
Vs 10500 mm/min

ap 22mm

ae 2.3mm

Result

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

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

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

i
|

Ry: Theoretical values of surface quality
P: Feed rate
R: Radius of the ball nose cutter or torus mill

Ry Feed rate
0.1 0.2 0.3 0.4 0.5 0.6 0.7 0.8 0.9 1.0

0.5 0.003 0.010 0.023 0.042 0.067 0.100
1.0 0.001 0.005 0.011 0.020 0.032 0.046 0.063 0.083 0.107
1.5 0.001 0.003 0.008 0.013 0.021 0.030 0.041 0.054 0.069 0.086
2.0 0.001 0.003 0.006 0.010 0.015 0.023 0.031 0.040 0.051 0.064
25 0.001 0.002 0.005 0.008 0.013 0.018 0.025 0.032 0.041 0.051
3.0 0.001 0.004 0.007 0.010 0.015 0.020 0.027 0.034 0.042
4.0 0.001 0.003 0.005 0.008 0.011 0.015 0.020 0.025 0.031
5.0 0.001 0.002 0.004 0.006 0.009 0.012 0.016 0.020 0.025
6.0 0.002 0.003 0.005 0.008 0.010 0.013 0.017 0.021
8.0 0.001 0.003 0.004 0.006 0.008 0.010 0.013 0.016
10.0 0.001 0.002 0.003 0.005 0.006 0.008 0.010 0.013
125 0.001 0.002 0.003 0.004 0.005 0.006 0.008 0.010

Ry Feed rate

ol 152 1.3 1.4 1.5 1.6 1.7 1.8 1.9 2.0

0.5
1.0
1.5 0.104
2.0 0.077 0.092 0.109
25 0.061 0.073 0.086 0.100
3.0 0.051 0.061 0.071 0.083 0.095 0.109
4.0 0.038 0.045 0.053 0.062 0.071 0.081 0.091 0.103
5.0 0.030 0.036 0.042 0.049 0.057 0.064 0.073 0.082 0.091 0.101
6.0 0.025 0.030 0.035 0.041 0.047 0.054 0.061 0.068 0.076 0.084
8.0 0.019 0.023 0.026 0.031 0.035 0.040 0.045 0.051 0.057 0.063
10.0 0.015 0.018 0.021 0.025 0.028 0.032 0.036 0.041 0.045 0.050
12.5 0.012 0.014 0.017 0.020 0.023 0.026 0.029 0.032 0.036 0.040
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Form nonstandard order SOIId Carbide mllllng

Nonstandard - solid carbide end mills

Name/Company: “
zcc-cT
Address:
Tel.: Wanheimer Str. 57 Scan for PDF
40472 Diisseldorf, Germany
Fax:
Fax: +49-(0)211-989240-111
E-mail: E-mail: technik@zccct-europe.com
Material Coating Series
Material Yes |:| No D GM NM
Tensile strength PM AL
(N/mm?) Centre cutting UM VSM
Hardness Yes l:’ No I:l HM HPC
Machining operations Tool holder type
DIN6535
LY o | o | Y
Normal
Form HA Form HB straight shaft Special type
I:l Slot milling I:l Square shoulder milling I:l Profile milling D D D D

Type

Number of teeth

l:’ Square shoulder mill

D Ball nose cutter

di=
ESNONS e ]
Tol.= }
2= \/ weixangie = [ |
Remarks:
Order quantity: Desired delivery date:
Date: Signature:
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Country and standard
ISO China USA Germany Great Britain Sweden France Italy Spain Japan Russia
GB AISI/SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Alloy steel
15 1015 1.0401 C15 080M15 - 1350 cc12 C15C16 F111 -
20 1020 1.0402 22 050A20 2C 1450 CC20 €20C21 F112 - 20
35 1035 1.0501 c35 060A35 - 1550 ce3s c35 F113 - 35
45 1045 1.0503 C45 080M40 - 1650 ccas C45 F114 - 45
55 1055 1.0535 cs5 070M55 - 1655 - cs5 - - 55
60 1060 1.0601 C60 080A62 43D - Ccss C60 - - 60
Y15 1213 17015 95Mn28 230M07 - 1912 $250 CF9SMn28 | 115SMn28 SUM22 15Ch
- 12L13 1.0718 | 95MnPb28 - - 1914 S250Pb | CFOMnPb28 | 11SMnPb28| SUM22L -
- - 1.0722 10SPb20 - - - 10PbF2 CF10Pb20 | 10SPb20 - -
- 1140 1.0726 35520 212M36 8M 1957 35MF4 - F210G - -
Y13 1215 1.0736 95Mn36 240M07 18 - $300 CF9SMn36 | 125Mn35 - -
- 12L14 1.0737 | 95MnPb36 - - 1926 S300Pb | CF9SMnPb36 | 12SMnP35 - -
55Si2Mn 9255 1.0904 555i9 250A53 45 2085 5557 555i8 565i7 - -
- 9262 1.0961 60SiCr7 - - - 605C7 60SiCr8 60SiCr8 - -
15 1015 1.1141 ck15 080M15 32C 1370 XC12 C16 C15K S15C 15
40Mn 1039 1.1157 40Mn4 150M36 15 - 35M5 - - - 40G
P 25 1025 1.1158 Ck25 - - - - - - 525C 25
35Mn2 1335 1.1167 36Mn5 - - 2120 40Mn5 - 36Mn5 | SMn438(H) | 35G2,35GL
30Mn 1330 1.1170 28Mn6 150M28 14A - 20M5 C28Mn - SCMn1 30G
35Mn 1035 1.1183 Cf35 060A35 - 1572 XS38TS C36 - $35C -
Ck45s 1045 1.1191 45 080M46 - 1672 XC42 C45 C45K 545C -
55 1055 1.1203 Cks5 070M55 - - XC45 C50 C55K S55C 55
50 1050 11213 Cfs3 060A52 - 1674 XC48TS cs53 - S50C -
60Mn 1060 1.1221 Ck60 080A62 43D 1678 XC60 C60 - S58C 60,60G
- 1095 1.1274 Ck101 060A96 - 1870 - - - SUP4 -

- - 13401 | X120Mn12 | Z120M12 - - X120M12 | XG120Mn12 | X120Mn12 | SCMnH/1 | 110G13L
Gr15;45Gr 52100 1.3505 100Cr6 534A99 31 2258 100C6 100Cr6 F131 SuJ2 SchCh 15
- ASTM 1.5415 15Mo3 1501-240 - 2912 15D3 16Mo3KW 16Mo3 - -

A204Gr.A
- 4520 1.5426 16Mo5 | | 50:’2'545' - - - 16Mo5 16Mo5 - -
- A?;ﬂﬂs 15622 14Ni6 - - - 16N6 14Ni6 15Ni6 - -
- ASTM A353|  1.5662 X8Ni9 1501- - - - X10Ni9 XBNi09 - -
509,510




Comparison table materials Technical information

Comparison table materials

Country and standard

ISO China USA Germany Great Britain Sweden France Italy Spain Japan Russia
GB AISI/SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Alloy steel
- 2515 1.5680 12Ni19 - - - Z18N5 - - - -
- 3135 1.5710 36NiCr6 640A35 111A - 35NC6 - - SNC236 -
- 3415 1.5732 14NiCr10 - - - 14NCT1 16NiCr11 15NiCr11 SNC415(H) -
- :glg 1.5752 14NiCr14 66255'\:1123 36A - 12NC15 - - SNC815(H) -
- 9840 16511 36CrNiMo4 | 816M40 110 - 40NCD3 | 38CrNiMo4(KB) | 35CrNiMo4 - 40 ChN2MA
- 8620 1.6523 21NiCrMo2 850M20 362 2503 20NCD2 20NiCrMo2 20NiCrMo2 | SNCCM220(H) -

- 8740 1.6546 40NiCrMo2 | 311-Type7 - - - 40NiCrMo2(KB) | 40NiCrMo2 SNC240 38ChGNM
40CrNiMoA 4340 1.6582 34CrNiMo6 | 817M40 24 2541 35NCD6 | 35CrNiMo6(KB) - - 38Ch2N2MA
- - 1.6587 17CrNiMo6 | 820A16 - - 18NCD6 - 14CrNiMo13 - -
15Cr 5015 1.7015 15Cr3 523M15 - - 12C3 - - SCr415(H) 15Ch
35Cr 5132 1.7033 34Cr4 530A32 188 - 3204 34Cr4(KB) 35Cr4 SCr430(H) 35Ch
40Cr 5140 1.7035 41Cr4 530M40 18 - 4204 41Cr4 42Cr4 SCr440(H) 40Ch
40Cr 5140 1.7045 42Cr4 - - 2245 - - 42Cr4 SCr440 40Ch
18CrMn 5115 17131 16MnCr15 | (527M20) - 2511 16MC5 16MnCr15 16MnCr15 - 18ChG

P 20CrMn 5155 1.7176 55Cr3 527A60 48 - 55C3 - - SUP9(A) 50ChGA
30CrMn 4130 1.7218 25CrMo4 | 1717CDS110 - 2225 25CD4 25CrMo4(KB) 55Cr3 Ssccmé%; 30ChM
35CrMo 41374135 1.7220 34CrMo4 708A37 198 2234 35CD4 35CrMo4 34CrMo4 2?;;&23’ AS38ChGM
40CrMoA | 41404142 1.7223 41CrMo4 708M40 19A 2244 42CDATS 41CrMo4 41CrMo4 SCM440 40 ChFA

Jéf&{:&o 4140 1.7225 42CrMo4 708M40 19A 2244 42CD4 42CrMo4 42CrMo4 | SCM440(H) -
- - 1.7262 15CrMo5 - - 2216 12CD4 - 12CrMo4 | SCM415(H) -
- ASFT:\?;FA] 1282 17335 13CrMo44 621 g 257 - - 1155%[[))31?5 14CrMo44 14CrMo45 - 1125%;]'\&
- - 1.7361 32CrMo12 722M24 40B 2240 30CD12 32CrMo12 F.124.A - -
- AST“SZA; 8.1 17380 | 10cMost0 622165:)311 s - 2218 12D9;10 | 12CrMo9,10 TUH - -
- - 17715 14MoV63 | 1503-660-440 - - - - 13MoCrV6 - -
50CrVA 6150 1.8159 50Crv4 735A50 47 2230 50Cv4 50Crv4 51Crv4 SUP10 50ChGFA
- - 1.8509 41CrAIMo7 | 905M39 41B 2940 40CAD6,12 | 41CrAIMo7 | 41CrAIMo7 - 38ChMJuA
- - 1.8523 39CrMoV139 897M39 40C - - 36CrMoV12 - - -
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Comparison table materials

Country and standard

. Great . .
China USA German . Sweden France Ital Spain Japan Russia
ISO Y Britain Y P P
AISIl/
GB SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Alloy steel
C98KU F.515
T10 W.110 | 1.1545 C105W1 - - 1880 Y1105 C100KU F516 - U10A
T12A W.112 | 1.1663 C125W - - - Y2120 C120KU (C120) SK2 U13
CrV;9SiCr L3 1.2067 100Cr6 BL3 - - Y100C6 - 100Cr6 - -
X210Cr13KU
Cr12 D3 1.2080 X210Cr12 BD3 - - 7200Cr12 X250Cr12KU X210Cr12 SKD1 Ch12
. X35CrMoV05KU
4Cr5MoVSi H13 1.2344 X40CrMoV5 1 BH13 - 2242 Z40CDV5 X40CrMoV51KU X40CrMoV5 SKD61 4Ch5MF1S
CreWv A2 1.2363 | X100CrMoV5 1 BA2 - 2260 Z100CDV5 | X100CrMoV51KU | X100CrMoV5 | SKD12 -
10WCr6 SKS31
CrWMo - 1.2419 105WCr6 - - 2140 105WC13 105WCr5 SKS2 ChWG
107WCr5KU
SKS3
Cri2w - 1.2436 X210CrW12 - - 2312 - X215CrW12 1KU X210CrW12 SKD2 -
5CrNiMo S1 1.2542 45WCrV7 BS1 - 2710 - 45WCrV8KU 45WCrSi8 - -
X30WCrvo 3 X28WO09KU
P 3Cr2W8v H21 1.2581 X30WCrV93KU BH21 - - Z30WCV9 X30WCrVO 3KU X30WCrvo SKD5 3Ch2W8F
Cr12MoV - 1.2601 X165CrMoV 12 - - 2310 - X165CrMoW12KU | X160CrMoV12 SKD11 -
5CrNiMo L6 1.2713 55NiCrMoV6 - - - 55NCDV7 - F.250.S SKT4 5ChNM
v W210 | 1.2833 100V1 BW2 | - - Y1105V - - SKS43 -
W6Mo5Cr4V2Co5 - 1.3243 S6-5-2-5 - - 2723 Z85WDKCV HS6-5-2-5 HS6-5-2-5 SKH55 R6M5K5
W18Cr4VCo5 T4 1.3255 S18-1-2-5 BT4 - - Z80WKCY X78WCo1805KU HS18-1-1-5 SKH3 -
10-05-04-01
W6Mo5Cr4V2 M2 | 1.3343 S6-5-2 BM2 | - 2722 Z85WDCV X82WMo0605KU HS6-5-2 SKH9 R6M5
06-05-04-02
Z100WCWV
- M7 1.3348 $2-9-2 - -Z- 2782 09-02-04-02 HS2-9-2 HS2-9-2 - -
W18CraV T1 1.3355 $18-0-1 BT1 - - 1288%\2/5)\1/ X75W18KU HS18-0-1 SKH2 -
W6Mo5Cr4V3 M3 - S6-5-3 - - - - - - SKH52 -
- M42 - - BM42 | - - - - - SKH59 -
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Comparison table materials

Country and standard

Daido Steel
I1SO China USA Germany Japan Co,, Ltd Russia Main application
(Japan)
GB AISI/SAE DIN JIS DAIDO GOST
Plastic die steel
For mass production of large mirror dies. Automobile tail
. P20 mod. B PX5N I|ghtf front fender of car, video camera, household electrical
appliances etc
. . B NAKS5 High precision mirror die. Video camera, music disc, Cosmetic
Containers, transparent covers, transparent films etc
High precision mirror die. Video camera, music disc, Cosmetic
- - - NAK80 .
Containers, transparent covers, transparent films etc
3013 420 mod. SUS420J2 S-STAR For ultra-mirror corrosion resistant precise dies. Accessories
mod. of camera, CD, lens, watch case.
Cold-working die steel
P - 02 - SKS93 YK30 Stamping die, gauge calipers, paper cutter, auxiliary tools
9CrWMn 01 mod. . SKS3 mod. GOA Blanking die, gauge calipers, drawing die, taps, Perforated
punch.
Cri2MoV D2 X165CtMoV12 SKD11 DC11 Blanking die, cold forming die, cold drawing die, forming
roller, punch
. D2 mod. . SKD11 mod. DC53 Blanking die, cold forming die, cold drawing die, forming roll,
punch
Hot-working die steel
Aluminum-compression die, connecting parts of
4Cr5MoSivi H13 X40CrMoV51 SKD61 DHA1 compression die, hot stamping die, hot extrusion die, thermal
shear cutting blade
- - - - DH21 Long life Aluminum compression die
- - - - DH31-S Compression die
- - - DH2F Compression die, plastic die
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Comparison table materials

Comparison table materials

Country and standard

1SO China USA Germany Great Britain Sweden| France Italy Spain | Japan Russia
GB éfllf/ W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST

Stainless steel
?Err]ﬁz’ 403 1.4000 X6Cr13 403517 - 2301 26C13 X6Cr13 F3110 SUS403 08Ch13

- - | 14001 X7Cr14 - - - - - F.8401 - -

1Cr13 410 | 1.4006 X10Cr13 410521 56A 2302 Z10C14 X12Cr13 F.3401 SUS410 12Ch13
7 430 | 14016 X6Cr17 430515 60 220 78C17 X8Cr17 F3113 | SUS430 12Ch17
2Cr13 410 | 1.4021 X20Cr13 562 55?’;% - 720C13 X20C13 F.3401 SUS410 20Ch13

- - | 14027 G-X20Cr14 420029 568 - 720C13M - - SCS2 20Ch13L

4Cr13 - | 14034 X46Cr13 420545 56D 2304 Z§32?3MM X40Cr14 F3405 | SUS420)2 40Ch13
1Cr17Ni2 431 | 1.4057 X20CrNi172 431529 57 2321 Z15CNi6.02 X16CNi16 F3427 | SUS431 20Ch17N2
Y1Cr17 430F | 1.4104 X12CrMoS17 - - 2383 Z10CF17 X10Cr517 F3117 | SUS430F -
1Cr17Mo 434 | 14113 X6CrMo171 434517 - 2325 | Z8CD17.01 X8CrMo17 - SUS434 -

- - | 14313 X5CrNi134 425C1 - - Z4CND13.4M - - SCS5 -

- - | 14408 | GX6CrNiMo1810 | 316C16 - - - - F8414 | SCS14 07Ch18N10G252M2L
4Cr9Si2 HW3 | 1.4718 X45CrSio3 401545 52 - 745CS9 X45CrSi8 F322 SUH1 40Ch9S2
0Cr13Al 405 | 14724 X10CrAl13 403517 - - 71013 X10CrAl12 F311 | SUS405 10Ch13SJu

7 430 | 14742 X10CrAl18 430515 60 - Z10CAS18 X8Cr17 F3113 SUS430 15Ch18SJu
8Cr20Si2Ni | HNV6 | 14757 X80CrNiSi20 443565 59 - Z80CSN20.02 | X80CrSiNi20 | F320V |  SUH4 -
M 20r25N 446 | 14762 X10CrAI24 - - 2322 Z10CAS24 X16Cr26 - SUH446 -
Austenitic stainless steel
F.3551;
0Cr18Ni9 304 | 1.4301 X5CrNi1810 304515 58E 2332 Z6CN18.09 X5CrNi1810 F.3541; SUS304 08Ch18N10
F.3504
1Cr18Ni9MozZr 303 | 1.4305 X10CrNiS189 303521 58M 2346 Z10CNF18.09 | X10CrNiS18.09 | F.3508 SUS303 -
0Cr19Ni10 304L | 1.4306 X2CrNi1911 304512 - 2352 72CN18.10 X2CrNi18.11 | F3503 |  SCS19 03Ch18N11

- - 1.4308 G-X6CrNi189 304C15 - - Z6CN18.10M - - SCS13 07Ch18NIL
Cr17Ni7 301 | 14310 X12CeNi177 - - 2331 | Z12CN17.07 | X12CrNi1707 | F3517 | SUS301 -

- 304LN | 14311 X2CrNiN1810 304562 - 2371 Z2CN18.10 - - SUS304LN -
0Cr19Ni9 304 | 1.4350 X5CrNi189 304531 58E - Z6CN18.09 X5CrNi1810 - SUS304 -

0Cr17Ni11Mo2 316 | 1.4401 X5CrNiMo1712 316516 | Z6CND17.11 2347 1.4401 X5CrNiMo1712 | F3543 SUS316 -
00Cr17Ni13Mo2 | 316LN | 14429 | X2CrNiMoN17133 - - 2375 | Z2CND17.13 - - SUS316LN -
0Cr27Ni12Mo3 | 316L | 1.4435 X2CrNiMo18143 316512 - 2353 Z2CDN17.13 | X2CrNiMo1713 - SCS16, 03Ch17N14M2
00Cr19Ni13Mo3 | 317L | 14438 | X2CrNiMo17133 | 317512 - 2367 | Z2CND19.15 | X2CrNiMo18.16 - SUS317L -
SUS329L;
- 329L | 1.4460 X8CrNiMo275 - - 2324 - - - SCH11; -
SCST
1Cr18Ni9Ti 321 1.4541 X6CrNiTi1810 2337 321512 588 Z6CNT18.10 X6CrNiTi1811 F.3553 SUS321 12Ch18N10T
1Cr1gNiTINb | 347 | 14550 | X6CrNiNb1810 | 347517 58F 2338 | Z6CNNb18.1 | X6CrNiTi1811 | F3552 | SUS347 08Ch18N12B
Cr18Ni12Mo2Ti | 316Ti | 14571 | X6CrNiMoTi17122 | 320517 58) 2350 | Z6NDT17.12 | X6CrNiMoTil7 | F3535 - 10Ch17N13M2T
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Comparison table materials

Country and standard

1SO China USA Germany Great Britain | Sweden France Italy Spain | Japan Russia
GB QIAS:IIE/ W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Austenitic stainless steel
- - 1.4581 | G-X5CrNiMoNb1810 | 318C7 | - - Z4CNDNb1812M |  XG8CrNiMo18 - SCS22 -
Cr17Ni12Mo3Nb | 318 | 1.4583 | X10CrNiMoNb1812 - - - Z6CNDNb1713B | X6CrNiMoTiNb17 - - -
1Cr23Ni13 309 | 1.4828 X15CrNiSi2012 309524 | - - Z15CNS20.1 - - SUH309 | 20Ch20N1452
M 0Cr25Ni20 310S | 1.4845 X12CrNi2521 310524 | - 2361 Z12CN2520 X6CrNi2520 F331 | SUH310 | 20Ch23N18
Cr15Ni36W3Ti 330 | 1.4864 X12NiCrSi3616 - - - Z12CNS35.1 - - SUH330 -
- - 14865 | G-X40NiCrSi3818 | 330C11 | - - - XG50NiCr3919 - SCH15 -
5Cr2Mn9Ni4N EV8 | 1.4871 X53CrMnNiN219 ?;4;?55?4;, SE-SB - Z52CMN21.0 X53CrMnNiN219 - SUH35 | 55Ch20G9AN4
1Cr18Ni9Ti 321 1.4878 X12CrNiTi189 3215320 | 58C - Z6CNT18.12 X6CrNiTi1811 F.3523 | SU321 09Ch18N10T
Country and standard
ISO
China USA Germany | Great Britain | Sweden France Italy Spain Japan Russia
Nodular cast iron
QT400-18 60-40-18 GGG40 400/17 0717-02 FGS370-17 GS370-17 FGE38-17 FCD400 VC42-12
QT450-10 65-45-12 -- 420/12 -- FGS400-12 GS400-12 FGE42-12 FCD450 -
QT500-7 70-50-05 GGG50 500/7 0727-02 FGS500-7 GS500-7 FGE50-7 FCD500 VC50-2
QT600-3 80-60-03 GGG60 600/7 0732-03 FGS600-2 GS600-2 FGE60-2 FCD600 VC 60-2
QT700-2 100-70-03 GGG70 700/2 0737-01 FGS700-2 GS700-2 FGE70-2 FCD700 VC70-2
QT800-2 120-90-02 GGG80 800/2 0864-03 FGS800-2 GS800-2 FGE80-2 FCD800 VC 80-2
K QT900-2 - - 900/2 - - - - -
Grey cast iron
- NO.60 GG40 - 0140 FGL400 - - Sc40
HT350 NO.50 GG35 350 0135 FGL350 G35 FG35 FC350 Sc35
HT300 NO.45 GG30 300 0130 FGL300 G30 FG30 FC300 Sc30
HT250 NO.35 GG25 250 0125 FGL250 G25 FG25 FC250 Sc25
HT200 NO.30 GG20 200 0120 FGL200 G20 FG20 FC200 Sc 20
HT150 NO.20 GG15 150 0115 FGL150 G15 FG15 FC150 Sc15
HT100 - - 100 0110 - G10 - FC100 -
Country and standard
ISO China USA Germany Great Britain Sweden France Italy Spain Japan Russia
GB AISI/SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Hardened materials
H - 440A 1.4108 X100CrMo03 - - 2258 08 - - - C4BS -
- 610 14111 | X100CrMoV15 - - 253405 - - AC4A -
- 0-2 - X65CrMo14 - - 254106 - AC4A -
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Comparison table materials

Country and standard
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ISO China USA Germany Great Britain Sweden France Italy Spain Japan Russia
GB AISI/SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Aluminium-based alloys
SC64D 3.2373 G-AISI9OMGWA 4251 A-S7G C4BS -
DG-AISI12 G-ALMG5 LM5 4252 A-SU12 AC4A
356.1 Lm25 4244 A5052
N A413.0 GD-AISi12 4247 A6061
A380.1 GD-AISi8Cu3 Lm24 4250 A7075
- A413.1 G-AlSi12(Cu) LM20 4260 ADC12
- A413.2 G-AISi12 LM6 4261
- A360.2 G-AISi10Mg(Cu) LM9 4253
Country and standard
ISO China USA Germany Great Britain | Sweden France Italy | Spain | Japan Russia
GB AISI/SAE W.-nr DIN BS EN SS AFNOR UNI UNE JIS GOST
Nickel based alloys
5391 LW24670 | S-NiCr13A16MoNb mar-46 NC12AD -
AMS 5397 LW2 4674 NiCo15Cr10MoAITi -
5660 LW2.4662 NiFe35Cr14MoTi - ZSNCDT42 -
5383 LW2.4668 NiCr19Fe19NbMo HR8 NC19eNB -
- 24631 NiCr20TiAk Hr401.601 NC20TA -
AMS 5399 24973 NiCr19Co11MoTi NC19KDT -
AMS 5544 LW2.4668 NiCr19Fe19NbMo - NC20K14 -
5390A 24603 - - NC22FeD -
5666 2.4856 NiCr22Mo9Nb - NC22FeDNB -
- 24630 NiCr20Ti HR5.2034 NC20T -
S 4676 24375 NiCu30AL3Ti 3072-76 - - -
Cobalt based alloys
5/'\5:/|7SC CoCr20W15Ni KC20WN -
5772 LW2.4964 CoCr20W14Ni KC22WN
Titanium alloys
UNS R54520 3.7115.1 TiAI5Sn2.5 TA14/17 T-ASE -
UNS R56400
- 3.7165.1 TiAl6V4 TATg?/ UNS R56401 T-A6V - -
TiAI5V5Mo5Cr3
- 37185 TiAl4Mo4Sn4Si0.5 -
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Comparison table hardness and tensile strength

Hardness
Tensile
Rockwell Vickers Brinell strength
Hardness Hardness Hardness N/mm?

HRC HRA HV HB

70.0 86.6 1037 — —
69.5 86.3 1017 — —
69.0 86.1 997 —_ —_
68.5 85.8 978 = —
68.0 85.5 959 — —
67.5 85.2 941 — —
67.0 85.0 923 —_ —_
66.5 84.7 906 — —
66.0 84.4 889 — —
65.5 84.1 872 — —
65.0 83.9 856 — —
64.5 83.6 840 — —
64.0 833 825 — —
63.5 83.1 810 — —
63.0 82.8 795 — —
62.5 825 780 — —
62.0 82.2 766 — —
61.5 82.0 752 = =
61.0 81.7 739 — —
60.5 81.4 726 — —
60.0 81.2 713 — 2555
59.5 80.9 700 = 2500
59.0 80.6 688 — 2450
58.5 80.3 676 — 2395
58.0 80.1 664 — 2345
57.5 79.8 653 = 2295
57.0 79.5 642 — 2250
56.5 79.3 631 — 2205
56.0 79.0 620 — 2160
55.5 78.7 609 = 2115
55.0 785 599 — 2075
54.5 78.2 589 — 2035
54.0 77.9 579 —_ 1995
535 77.7 570 = 1955
53.0 774 561 — 1920
525 771 551 — 1885
52.0 76.9 543 —_ 1850
515 76.6 534 = 1815

Hardness .
Tensile
Rockwell Vickers Brinell strength
Hardness Hardness Hardness N/mm?

HRC HRA HV HB
51.0 76.3 525 501 1780
50.5 76.1 517 494 1750
50.0 75.8 509 488 1720
49.5 75.5 501 481 1690
49.0 753 493 474 1660
48.5 75.0 485 468 1630
48.0 74.7 478 461 1605
47.5 74.5 470 455 1575
47.0 74.2 463 449 1550
46.5 739 456 442 1525
46.0 73.7 449 436 1500
455 73.4 443 430 1475
45,0 732 436 424 1450
44.5 729 429 418 1430
44.0 72,6 423 413 1405
435 724 417 407 1385
43.0 72.1 411 401 1360
425 71.8 405 396 1340
420 716 399 391 1320
415 71.3 393 385 1300
41.0 711 388 380 1280
40.0 70.8 382 375 1260
40.0 70.5 377 370 1245
39.5 70.3 372 365 1225
39.0 70.0 367 360 1210
385 = 362 355 1190
38.0 — 357 350 1175
37.5 — 352 345 1160
37.0 — 347 341 1140
36.5 = 342 336 1125
36.0 — 338 332 1110
355 — 333 327 1095
35.0 — 329 323 1080
345 = 324 318 1065
34.0 — 320 314 1050
335 — 316 310 1035
33.0 — 312 306 1020
325 = 308 302 1010
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Hardness Hardness
Rockwell Vickers Brinell Tensile Rockwell Vickers Brinell Tensile
Hardness Hardness Hardness strengtzh Hardness Hardness Hardness strengtzh
N/mm N/mm

HRC HRA HV HB HRC HRA HV HB

320 — 304 298 995 240 — 249 245 820
315 — 300 294 980 235 — 246 242 810
31.0 — 296 291 970 230 — 243 240 800
30.5 — 292 287 960 225 — 240 237 790
30.0 — 289 283 950 220 — 237 234 785
29.5 — 285 280 935 215 — 234 232 775
29.0 — 281 276 920 21.0 — 231 229 765
28.5 — 278 273 910 20.5 — 229 227 760
28.0 — 274 269 900 20.0 — 226 225 750
27.5 — 271 266 890 19.5 — 223 222 745
27.0 — 268 263 880 19.0 — 221 220 735
26.5 — 264 260 870 185 — 218 218 730
26.0 — 261 257 860 18.0 — 216 216 725
255 — 258 254 850 17.5 — 214 214 715
25.0 — 255 251 835 17.0 — 211 211 710
245 — 252 248 830

Note: The conversion values for steel in the table are commonly applicable for the steels with carbon from low to high.
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Conversion table grades - turning

Coated cemented carbide CVD
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Conversion table grades - turning

A

Coated cemented carbide PVD
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Technical information conversion table grades — turning/milling
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Conversion table grades - milling

CVD milling grades
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Technical information conversion table grades — turning/milling

Conversion table grades - milling

A

CVD milling grades
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Conversion table grades — turning/milling Technical information

<

Conversion table grades - milling

PVD milling grades
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Technical information conversion table grades — turning/milling

Conversion table grades - milling

A

PVD milling grades

000€dW 806! 0£0129 -
000THW oLeol 41SLdA 70139 Z0zDaA 0ZH o
WOY4 WOES 01019 =
=
m
o
9002ZNI 000EdW :
SO0ZNI 40122d WOES 80801 §LHHM 4WOLA EPOIN 010109 ZoLDEA OLH o
0062 SLHXM =
YOOZNI 000THW 3
[y
900ZNI WsL4
200ZNI 40122d 000LHI €062 LHSOdA SOH _l—
LS9
000edW WSTSOM 0£01DD =2
Wb 0ZN 5
WO MSzd WZZSOM 70109 S
NOZ9DM =
o
3
o
WZZSON &
oﬁ_“,ﬁ_vm_m_ﬁ SLNXM Z0zH3 NOZ9 mmwww Z0zDgA OLN m
WOLS =
[y
Ws14
000LHIN WOLSO SON Z
SEOPNI
0ESTNI 0€8DI SPAXM SEWXM WSELN
SEOTNI SPSEDd WP 8262I 9bdSM StdSM WO0SZDV ey 0£0229 0€S
0E0ZNI 8zedI 9ENSM SEWSM T
0E0LNI ]
Cnd
0y
80821 0£8DI oLS L 0£0209 ]
SOSZNI SpSEd WOES 82621 806! Lol " WEPOIN 0€010D S0ZDEA 0zs i
SO0ZNI 00€52d Wszd £0621 006! S061g WSTSON 70109 Z0zD8A &
08€D1 80601 10€s =
o
=
Wszd 01S1Yd NEbOON S0ZDEA s
00€$d Ws14 808D 0LZ1Yd 41SLdA MOTZOV ey Z0zD8A o1s
000LHN 5064d ZoLDaA
WSL4
01182d 000L Z0LDgA 50S m
Uw._.wjmm._. Koo Jeds J13}/¢e, e1900A \AO_MOCJ._. 1ysignsii owoywn elaweuu IApue sse| eriaje
||os1abu] [10) 0D3S | HeMm A eqIysoL Iysignsuin HwNg 1€} )| JiApues 12-20Z 1D / [ela3ey
uolewIou
Buluing a'n) VT @) bulua (&) T LL] xapu|

[es1uyda]

D20



Conversion table grades — turning/milling Technical information

<

Conversion table grades - milling

Uncoated milling grades
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Technical information

Examples of materials for machining groups

Examples of materials for machining groups

Material No. Material Machining group Material No. Material Machining group Material No. Material Machining group
1.0722 10SPb20 1 1.1203 Ck55 4/5 1.4429 X2CrNiMoN 17-13-3 14
1.0715 9SMn28 1 1.1221 Ck60 4/5 1.4311 X2CrNiN 18 10 14
1.0736 9SMn36 1 1.5710 36NiCr9 5/9 1.4301 X5CrNi 18-10 14
1.0718 9SMnPb28 1 1.5120 38MnSi 7 5/9 1.4401 X5CrNiMo 17-12-2 14
1.0737 9SMnPb36 1 1.1545 C105W5 4/5 0.6010 GG10 16
1.0401 ci15 1 1.1663 C125W 4/5 0.6015 GG15 16
1.0402 C22 1 1.0535 C95 4/5 0.6020 GG20 16
1.1141 Ck15 1 1.0601 C100 4/5 0.6025 GG25 16/17
1.1170 28Mn6 2 1.1274 Ck101 4/5 0.6030 GG30 17
1.0726 35520 2/3 1.1203 Ck55 4/5 0.6035 GG35 17
1.1167 36Mn5 2/3 11221 Ck60 4/5 0.6040 GG40 17
1.1157 40Mn4 2/3 1.5710 36NiCr10 5/9 1.4829 X12NiCrSi 22-12 17
1.0501 a35 2/3 1.5120 38MnSi 8 5/9 1.4828 X15CrNiSi20-12 17
1.0503 C45 2/3 1.5680 12Ni19 10/11 0.7033 GGG35.3 18
1.1191 Ck45s 2/3 1.3255 S$18-1-2-5 10/11 0.7040 GGG40 18
1.1183 Cf35 2/3 1.3348 $2-9-2 10/11 0.7043 GGG40.3 18
1.1213 Cf53 2/3 1.3343 S$6-5-2 10/11 0.8135 GTS-35 18
1.1545 C105W1 4/5 1.3243 S 6-5-2-5 10/11 0.7050 GGG50 19
1.1663 C125W 4/5 1.2363 X 100 CrMoV 5-1 10/11 0.7060 GGG60 19
1.0535 55 4/5 1.2601 X165CrMoV12 10/11 0.7070 GGG70 19
1.0601 C60 4/5 1.2080 X210Cr12 10/11 0.7660 GGGNICr 20-2 19
1.1274 Ck101 4/5 1.2581 X30WCrV 9-3 10/11 0.7652 GGGNiMn 13-7 19
1.1203 Ck55 4/5 1.2344 X40CrMoV 5-1 10/11 0.8155 GTS-55 21
1.1221 Ck60 4/5 14718 X45CrSio-3 10/11 0.8165 GTS-65 21
1.5710 36NiCr6 5/9 1.3355 $18-0-1 10/11 0.8170 GTS-70 21
1.5120 38MnSi 4 5/9 1.4027 G-X20Cr14 12/13 0.8145 GTS-45 21
1.1545 C105W2 4/5 1.4006 X12Cr13 12/13 3.0205 Al99 22
1.1663 C125W 4/5 14104 X12CrMoS 17 12/13 33315 AlMg 1 22
1.0535 C65 4/5 1.4057 X19CrNi 17-2 12/13 3.1325 AlCuMg 1 23
1.0601 c70 4/5 1.4034 X46Cr 13 12/13 3.2315 AlMgSi 1 23
1.1274 Ck101 4/5 1.4871 X53 CrMnNiN 21-9 12/13 3.2581 G-AlSi12 24
1.1203 Ck55 4/5 14113 X6CrMo 17 12/13 3.2163 G-AISi9Cu3 24
1.1221 Ck60 4/5 1.4000 X6CR 13 12/13 3.2381 G-AlISi10Mg 25
1.5710 36NiCr7 5/9 1.4001 X7Cr14 12/13 2.0375 CuZn36Pb 3 27
1.5120 38MnSi 5 5/9 14016 X6Cr17 12/13 2.1096 G-CuSn5ZnPb 27
1.1545 C105W3 4/5 1.4581 G-X5CrNiMoNb 18 14 2.0590 G-CuZn40Fe 27
1.1663 C125W 4/5 1.4308 G-X6CrNi 18-9 14 2.0240 Cuzn15 28
1.0535 c75 4/5 1.4408 G-X6CrNiMo 18-10 14 2.0060 E-Cu 57 29
1.0601 c80 4/5 1.4583 X6CrNiMoNb 18-12 14 1.4865 G-X40NiCrSi 38-18 30
1.1274 Ck101 4/5 1.4571 X6CrNiMoTi 17-12-2 14 1.4864 X12NiCrSi 36-16 30
1.1203 Ck55 4/5 1.4550 X6CrNiNb 18-10 14 24631 NiCr20TiAl 32
1.1221 Ck60 4/5 1.4541 X14CrNiTi 18-10 14 24856 NiCr22Mo9Nb 32
1.5710 36NiCr8 5/9 1.4845 X12CrNi 25-21 14 24375 NiCu30Al 33
1.5120 38MnSi 6 5/9 14310 X10CrNi 18-8 14 24955 NiFe25Cr20NbTi 33
1.1545 C105W4 4/5 1.4305 X10CrNiS 18-10 14 24764 CoCr20W15Ni 34
1.1663 C125W 4/5 1.4878 X12CrNiTi 18-9 14 1.3401 G-X120Mn12 34
1.0535 85 4/5 14317 X2CrNi 18-8 14 3.7165 TiAl6V4 36
1.0601 C90 4/5 1.4436 X3CrNiMo 17-13-3 14
1.1274 Ck101 4/5 1.4440 X2CrNiMo 18-16 14
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Formtest protocol  T€CHNIcal information

Test protocol

Date:

ZCC Cutting Tools Europe GmbH

General

End User

Distributor

Company

Contact person

Machine

Type

Producer

Power [kW]

Tooling system

Work piece

Material

Hardness/Tensile strength [N/mm?]

Heat treatment/Surface

Interrupt cutting

Cutting tools

Producer (holder)

Toolholder (name)

Teeth Z

Producer/Supplier

Insert type/Tool number

Grade

Solid carbide tools number

Cooling

Cutting Data

RPM n [U/min]

Cutting speed Vc [m/min]

Feed rate f [mm/rpm]

Feed rate Vf [mm/min]

Depth of cut ap [mm]

Width of cut a [mm]

Machining length [mm]

Cutting time T [min]

Results

Machined pieces/Edges

Surface quality

Flankwear VB

Criteria

Notch wear

Crater wear

Plastic deformation

Built-up edge

Insert breakage

Cutting edge breakage

Chip forms

WAYAVAV. V.V,

O WU yy W DY M@

Conclusion:

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

E-mail: technik@zccct-europe.com

Signature:
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Technical information Torque for screw

Torque for screw

M3

M3,5 M4

M4,5

M5

Me

M7

M8

M10

M12

M1,6

M1,8

M2

M2,2

M2,5

19,2

27,0

55,8

85

Thread

0,2

03

0,4

0,7

038

1,5

2,3 34

50

6,7

11,4

Torque [Nm]

Index
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E2

Index

Inserts
1 APKT-PF B95 CNMG-NM A47
B98 CNMG-PM A44
175.32-22 A99 B101 CNMG-SF A43
175.32-24 A99 B104 CNMG-SNR A48
175.32-25 A99 B106 CNMG-TC A47
175.32-28 A99 B195 CNMG-WG A43
175.32-31 A99 APKT-PM B9S CNMG-ZM A46
B98 CNMM A51
B101 CNMM-DR A49
A B104 CNMM-ER A49
B106 CNMM-HDR A51
ANGX*PNR-GM  B117 B195 CNMM-HPR A5
B119 APKT-PR B95S CNMM-LR A50
B121 B98 CPGT A104
B123 B101 CPGT-SF A109
ANGX*PNR-LH 21 ?g o oo oo
B106 CPMT-HF A109
B119 B195 CPMT-HM A109
B121 APMT B108
B123
B125 D
APKT-ALH B9S C
B9S DCGT (pcD) A164
B101 CCGT (pcD) A162 DCGT-SF A110
B104 CCGT-SF A102 DCGT-USF A111
B106 CCGT-USF A102 DCGW (PCBN) A153
B195 CCGW (PCBN) A152 DCGX-LC A114
APKT-APE B95 CCGX-LC A108 DCGX-LH A115
BOS CCGX-LH A108 DCMT-AHF A110
B101 CCMT-AHF A103 DCMT-EF A112
B104 CCMT-EF A105 DCMT-EM A112
B106 CCMT-EM A105 DCMT-HF A112
B195 CCMT-HF A103 DCMT-HM A113
APKT-APM B95 CCMT-HM A106 DCMT-HR A114
B98 CCMT-HR A107 DCMW A114
B101 CCMT-TC A107 DNEG-NF A56
B104 ccMwW A107 DNEG-NGF A56
B106 CNE-A/B B165 DNGA (PCBN) A147
B195 CNEG-NF A44 DNGN (PCBN) A158
APKT-KM B169 CNGA (PCBN) A146 DNGX (Ceramic) A181
B171 CNGN (PCBN) A157 DNMA A59
B173 CNGX (Ceramic) A178 DNMG A61
APKT-LH B9S CNMA A52 DNMG-ADF A53
B98 CNMG A52 DNMG-DF A53
B101 CNMG-ADF A43 DNMG-DM A54
B104 CNMG-DF A43 DNMG-DR A58
B106 CNMG-DM A45 DNMG-EF A56
B195 CNMG-DR A47 DNMG-EG A57
CNMG-EF A43 DNMG-EM A57
CNMG-EG A45 DNMG-ER A59
CNMG-EM A45 DNMG-FM A56
CNMG-ER A49 DNMG-NM A57
e

M

ri



Inserts

Index

DNMG-PM
DNMG-SF
DNMG-SNR
DNMG-TC
DNMG-ZM
DNMM-DR
DNMM-ER
DNMM-HDR
DNMM-LR
DPGT-SF
DPGT-USF
DPMW

H

HNEX-DF
HNEX-DM
HNEX-DR
HNGX-HDR
HNGX-MR

K

KNUX

L

LNCX
LNE32.302
LNE32.534
LNKT-GM

LNKT-ZR

M

MPHT-DM

O

OFKR-DF
OFKR-DM
OFKR-LH
OFKT-DF
OFKT-DM

A54
A53
A58
A57
A55
A60
A60
A60
A60
A116
A116
A116

B63
B63
B63
B203
B203

A98

B206
B204
B205
B111
B113
B65
B73
B8O

B148
B150
B167

B39
B39
B39
B37
B37

OFKT-LH B37
ONHU-GM B53
ONHU-PF B43
B45
ONHU-PM B43
B45
ONHU-W B43
B46
P
PNEG-CF B57
B60
PNEG-CM B57
B60
PNEG-CR B57
B60
PNEG-PF B58
B60
PNEG-PM B58
B60
PNEG-PR B58
B60
Q
QC*R/L A367
QCH*R/L***R A370
R
R/LT****N-A(G) A413
R/LT****N-A(G)B A430
R/LT****N-AC A424
R/LT****N-AP A426
R/LT****N-BPTB A435
R/LT****N-BSPT A417
R/LT****N-BSPTB A434
R/LT****N-BUT A428
R/LT****N-GM A411
R/LT****N-GMB A429
R/LT****N-NPT A418
R/LT****N-NPTF A419
R/LT****N-R A420
R/LT****N-RT A427
R/LT****N-STAC A425
R/LT****N-TR A423
R/LT****N-UN A416
R/LT****N-UNB A433
R/LT****N-W A415
e

20

- -

R/LT****N-WB
R/LT****W-A(G)
R/LT****W-A(G)B
R/LT****W-AC
R/LT****W-AP
R/LT****W-BPTB
R/LT****W-BSPT
R/LT****W-BSPTB
R/LT****W-BUT
R/LT****W-GM
R/LT****W-GMB
R/LT****W-MJ
R/LT****W-NPT
R/LT****W-NPTF
R/LT****W-R
R/LT****W-RT
R/LT****W-STAC
R/LT****W-TR
R/LT****W-UN
R/LT****W-UNB
R/LT****W-UNJ
R/LT****W-W
R/LT****W-WB
RCGT

RCGX-LH

RCKT-DM
RCKT-DR
RCKT-ER

RCKT-NM

RCMT
RCMW (PCBN)
RCMX
RDKW

RNGN (PCBN)
RNMG
ROHX

S

SCGX-LC
SCGX-LH

SCMT
SCMT-AHF

A432
A413
A430
A424
A426
A435
A417
A434
A428
A411
A429
A421
A418
A419
A420
A427
A425
A423
A416
A433
A422
A415
A432
A117
A117
B82

B84
B82

B85
B82
B85
B82
B85
B82
B85
A117
B85
A118
B89
B93
B198
B200
Al161
A97
B130

A121
A122
A121
A119
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A SCMT-EF
SCMT-EM
SCMT-HF
SCMT-HM
SCMT-HR
SDMT
SDMT-DM

Turning

SDMT-PM

SEEN
SEET-CF

SEET-CM

Milling

SEET-CR

SEET-DF

SEET-DM

N

SEET-DR

SEET-EF

SEET-EM

Drilling

SEET-LH

SEET-PF
SEET-PM
SEET-PR
SEET-W

O

SEKN

SEKR
SNEG-E
SNEG-GM
SNEG-GR
SNEG-W
SNGA (PCBN)
E SNGN (PCBN)
SNGX (Ceramic)
SNKN
SNMA
SNMG
SNMG-ADF
SNMG-DF
SNMG-DM
SNMG-DR

Technical
Information

Index

Ea

A119
A119
A120
A120
A121
B128
B157
B159
B191
B157
B159
B191
B34
B28
B31
B28
B31
B28
B31
B28
B31
B28
B31
B28
B31
B28
B31
B28
B31
B28
B31
B78
B78
B78
B29
B32
B35
B35
B49
B49
B49
B50
A148
A159
A183
B207
A74
A73
A62
A62
A65
A67

SNMG-EF
SNMG-EG
SNMG-EM
SNMG-ER
SNMG-NM
SNMG-PM
SNMG-SF
SNMG-TC
SNMM
SNMM-DR
SNMM-HDR
SNMM-HPR
SNMM-LR
SNUN
SPAN
SPCN
SPEX-1
SPGN
SPGT-EM
SPGT-PM
SPKN

SPKR
SPKR-GM
SPKT
SPKW
SPMR
SPMT

SPMT-HT
SPMT-KM

SPMT-KT
SPMT-PM

SPMW
SPUN

T

TBGH
TCGT (PCD)
TCGT-SF
TCGT-USF

a3

A63
A65
A66
A68
A67
A64
A62
A66
A73
A69
A71
A72
A70
A76
B208
B208
B71
B211
Cc19
c19
B58
B70
B71
B71
B67
B67
B209
B128
B175
B177
B179
B181
B183
B185
B210
B169
B171
B173
B210
B169
B171
B173
A123
B211

A124
A166
A125
A125

TCGW (PCBN)
TCGX-LC
TCGX-LH
TCMT
TCMT-AHF
TCMT-EF
TCMT-EM
TCMT-HF
TCMT-HM
TCMT-HR
TCMW
TNGA (PCBN)

TNGN (Ceramic)

TNMA
TNMG
TNMG-ADF
TNMG-DF
TNMG-DM
TNMG-DR
TNMG-EF
TNMG-EG
TNMG-EM
TNMG-ER
TNMG-FM
TNMG-PM
TNMG-SF
TNMG-TC
TNMG-ZM
TNMM
TNMM-DR
TNMM-HDR
TNMM-LR
TNMX
TNMX-WG
TPAN
TPCN
TPGH
TPGT-SF
TPKN

TPMR
TPUN

Vv

VBET-NF
VBET-NGF
VBGT (PCD)
VBGT-HR
VBGT-SF
VBGW (PCBN)

A154
A130
A130
A129
A126
A127
A127
A126
A128
A128
A128
A149
A186
A87
A86
A77
A77
A80
A83
A79
A82
A82
A84
A79
A80
A78
A82
A81
A87
A84
A85
A84
A100
A77
B212
B212
A131
A131
B75
B213
B214
B214

A138
A140
A168
A140
A139
A155
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VBMT-AHF
VBMT-EF
VBMT-EM
VBMT-HF
VBMT-HM
VBMT-HR
VBMT-SNR
VBMW
VCGT
VCGT-HF
VCGT-NF
VCGT-SF
VCGT-USF
VCGW (PCBN)
VCGX-LC
VCGX-LH
VCMT-EF
VCMT-EM
VNEG-NF
VNEG-NGF
VNGA (PCBN)
VNMG
VNMG-ADF
VNMG-DF
VNMG-DM
VNMG-EF
VNMG-EM
VNMG-NM
VNMG-SF
VNMG-TC
VNMG-ZM
VPGT-USF

W

WCMX-53

WCMX-D
WCMX-PG
WNEG-NF
WNGA (PCBN)
WNGN (PCBN)
WNMA
WNMG-ADF
WNMG-DF
WNMG-DM
WNMG-DR
WNMG-EF
WNMG-EG
WNMG-EM
WNMG-NF

A138
A138
A140
A138
A140
A141
A141
A141
A133
A132
A132
A132
A133
A156
A134
A135
A136
A136
A88
A89
A150
A90
A88
A88
A90
A88
A90
A90
A89
A91
A91
A137

A142
C20
C20
C20
A93
A151
A160
A96
A92
A92
A9%4
A96
A93
A9%4
A9%4
A93

WNMG-NM
WNMG-PM
WNMG-SF
WNMG-TC
WNMG-WG
WNMG-ZM
WPGT

WPGT-PM

X

XPHT-GM

XSEQ

YNMX
YNUX

V4

ZDET
ZDET-PM
ZIGQ-NM
ZILD-LC
ZIMF-NM
ZOHX-GF

ZOHX-GM

ZP*D-MG-R/L
ZP*S-MG
ZPD-MG
ZPNT
ZR*D-EG
ZR*D-LH
ZR*D-MG
ZT*D-EG
ZT*D-MG

A%%6
A95
A92
A96
A93
A95
B161
B163
B193
B161
B163
B193

B132
B134
B136
B138
B189
B144
B146

A101
A101

B127
B127
A363
A365
A362
B140
B142
B202
B140
B142
B202
A354
A353
A352
B127
A361
A364
A360
A357
A355

ZT*D-MM
ZT*S-MG

A351
A356
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A 1 5 A***_S\VQBR/L A304
A***_SVUBR/L A305
11015C05 C110 5501/5601 B418 AL-2B B387
11055C03 c107 5501R302GM B262 AL-2E B376
o 11435C120 C120 5501R303GM B278 AL-2EL B377
= 11435C90 C119 5501R304GF B292 AL-2R-AIR B388
= 1165PA03 Cc112 5501R38414GM B394 AL-2RL-AIR B389
1534SH03 C106 5502R302GM B264 AL-3E B379
15345P03C c87 5502R303GM B280 AL-3EL B380
1534ST03C C92 5502R304GF B294 AL-3R-AIR B391
15345003 C30 5502R38414GM  B395 AL-3RL-AIR B392
B 15345U03C C30 5502R38414GM-R B398 AL-3W B384
15365T05C C96 5502R402NM B368 ALG-2E B378
15365U05 C41 5502R453GM B282 ALG-2R B390
15365U05C C41 5502R55MHH B352 ALG-3E B381
= 15385U08C C51 5508R454GM B296 ALP-3E B382
g 15575U03 C70 5565R302GF B301 ALP-4E B383
1576PCO5 c116 5565R302NH B385
1576PC05C c116 5566R302GF B303 B
1579PC15C C118 5566R302NH B386
15885L10C C72 5589R45MGFR02  B298 BMRO1 B126
C 15885L12C C75 5601 B420 BMRO2 B129
1588SL15C C79 5601R302GM B263 BMRO3 B131
15885L20C c82 5601R303GM B279 BMRO4 B139
15885L30C c85 5601R304GF B293
. 16345U03C C54 5601R38414GM  B396
= 16365T05C C100 5602R302GM B266 C
5 16365U05C C58 5602R303GM B281
17345U03C 62 5602R303GR B315 CH-SCLPRIL A312
17365U05C 66 5602R304GF B295 CH-SDQPR/L A314
5602R304GR B316 CH-SDUPR/L A316
5602R305GR B317 CH-STUPRAL A318
D 3 5602R38414GM  B397 C*-SVQCRL - A321
5602R38414GM-R B399 CH-SVUCRIL A322
S1o1ry c11 5602R453GM B283 C40X-Q*DR/L A394
310217 c132 5602R454GM B297 CCLNR/L A258
59 3103H7 C134 CDJNR/L A260
S 3112H7 133 5665R202GM B302
€ g CKINR/L A256
38 CKNNR/L A257
< 4 A CMAO1 B178
CMDOT B182
4111 150 A***_-PCLNR/L A284 CMZO01 8174
41227 145 A***.PDSNR/L A286 CRDNN A264
E 41290 148 A***-PDUNR/L A287 CSDNN A265
4201A Ciss A***_PSKNR/L A289 CSKNR/L A262
4201C 151 A***_-PTENR/L A290 CSRNR/L A263
4209A 157 A***_.SCLCR/L A293 CTINR/L A259
= 42227 C146 A***.SDZCR/L A297
4222M C149
A***_SSKCR/L A298
A***_STFCR/L A300

Ee M



Tools  INdex

D

DCLNR/L
DDJNR/L
DSBNR/L
DTGNR/L
DVINR/L
DVVNN
DWLNR/L

E

E***-SCLCR/L
E***-SCLPR/L
E***-SDQCR/L
E***-SDUCR/L
E***-STFCR/L
E***-STFPR/L
E***-SVUCR/L
EMPO1

EMP02
EMPO3
EMPO4
EMPO5
EMPO9
EMP13

F

FMAO1

FMAO02
FMAO3
FMAO4
FMAO7
FMA11

FMA12
FMDO02
FMDO3
FMEO2

FMEO3
FMEO4
FMPO1

FMP02
FMPO3
FMRO1

FMRO2
FMRO3
FMRO04

A197
A198
A199
A200
A202
A201
A203

A313
A312
A315
A317
A319
A320
A322
B94

B100
B103
B105
B107
B110
B116

B27
B30
B33
B36
B44
B48
B52
B56
B64
B66
B68
B72
B74
B76
B79
B81
B83
B86
B9O

G

GM-2B
GM-2BFP
GM-2BL
GM-2BP
GM-2BS
GM-2E
GM-2EFP
GM-2EL
GM-2EP
GM-2ES
GM-2EX
GM-2F
GM-2FL
GM-2R
GM-3E
GM-3EL
GM-4B
GM-4BL
GM-4E
GM-4E-G
GM-4EFP
GM-4EL
GM-4EL-G
GM-4EX-G
GM-4F-G
GM-4FL-G
GM-4R
GM-4RL
GM-4W
GM-6E
GM-6EL
GQC**R/L

H

HM-2B
HM-2BFP
HM-2BL
HM-2BP
HM-2BS
HM-2E
HM-2EFP
HM-2EP
HM-2ES
HM-4B
HM-4BL
HM-4E
HM-4EFP
HM-4EL

B304
B306
B305
B308
B307
B267
B270
B268
B273
B275
B269
B271

B272
B312
B276
B277
B310
B311

B288
B289
B291

B290
B285
B287
B284
B286
B313
B314
B318
B299
B300
A397

B355
B357
B356
B359
B358
B344
B345
B346
B348
B361
B362
B349
B351
B350

HM-4R
HM-4RF
HM-4RP
HM-6E
HM-6EL
HMPO1
HMPO1-EC

J

JCLNR/L
JDJNR/L
JSDNN

M

MCBNR/L
MCLNR/L
MDJNR/L
MDPNN
MRDNN
MRGNR/L
MSBNR/L
MSDNN
MSKNR/L
MSRNR/L
MTFNR/L
MTGNR/L
MTINR/L
MVINR/L
MVVNN
MWLNR/L

N

NM-2B
NM-2BP
NM-2E
NM-2EP
NM-4E

P

PCBNR/L
PCLNR/L
PDJNR/L
PDNNR/L
PM-2B
PM-2BC
PM-2BFP

B363
B364
B365
B353
B354
B168
B172

A266
A267
A268

A218
A219
A220
A221
A233
A234
A222
A225
A224
A223
A229
A226
A227
A231
A230
A232

B372
B373
B369
B370
B371

A204
A205
A206
A207
B329
B332
B331
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PM-2BL
PM-2E
PM-2EL
PM-2R
PM-4B
PM-4BL
PM-4E
PM-4E-G
PM-4EL
PM-4EL-G
PM-4EX-G
PM-4H
PM-4HL
PM-4R
PM-4RL
PM-6E
PM-6EL
PSBNR/L
PSDNN
PSKNR/L
PSSNR/L
PTFNR/L
PTGNR/L
PTTNR/L
PWLNR/L

Q

Q*DR/L
QCH-APKT
QCH-RD
QCH-RDKW
QCH-SDMT
QCH-WPGT
QCH-XPHT
QCH-ZOHX
QE**R/L
QE*S**N
QE*SN30
QE*SR/L
QEBDR/L
QECDR/L
QF**R/L
QF**RR/LL
QF*DRR/LL
QX**R/L
QZSs*

B330
B320
B321

B337
B335
B336
B325
B322
B326
B323
B324
B338
B339
B340
B341

B327
B328
A208
A210
A211
A212
A213
A215
A214
A217

A395
B194
B197
B199
B190
B192
B188
B201

A376
A382
A378
A381
A376
A379
A384
A386
A390
A380
A383

S

S*¥**-PCLNR/L
S***-PDSNR/L
S***-PDUNR/L
S*¥**-PSKNR/L
S*¥**-PTENR/L
S*¥**-PWLNR/L
S*¥**-SCFCR/L
S*¥**-SCLCR
S¥**-SCLCR/L
S*¥**-SCLPR/L
S¥**-SDQCR/L
S*¥**-SDQPR/L
S***-SDUCR/L
S***-SDUPR/L
S¥**-SDZCR/L
S*¥**-SSKCR/L
S¥**-STFCR/L
S¥**-STUPR/L
S*¥**-SVQBR/L
S*¥**-SVQCR/L
S*¥**-SVUBR/L
S¥**-SVUCR/L
S*K-QC**R/L
SCACR/L
SCACR/L-SC
SCLCR/L
SCLCR/L-SC
SDACR/L
SDACR/L-SC
SDHCR/L-SC
SDJCR/L
SDJCR/L-SC
SDNCN
SDNCN-SC
SMPO1

SMP03
SMPO05

SNL

SNR

SRDCN
SRGCR/L
SSBCR/L
SSDCN
SSKCR/L
SSSCR/L
STACR/L
STFCR/L
STGCR/L
STTCR/L

A284
A286
A287
A289
A290
A291

A310
A311

A293
A306
A295
A307
A296
A308
A297
A298
A300
A309
A304
A302
A305
A303
A398
A235
A272
A236
A273
A237
A274
A275
A238
A276
A239
A277
B143
B147
B151

A440
A439
A254
A255
A245
A246
A247
A248
A249
A250
A251
A252

SVABR/L
SVACR/L-SC
SVJBR/L
SVJCR/L
SVJCR/L-SC
SVVBN
SVVCN
SWACR/L
SWL

SWR

T

TMPO1

U

UM-4E
UM-4E-W
UM-4EFP
UM-4EL
UM-4EL-W
UM-4ELP-W
UM-4R
UM-4RFP
UM-4RL

'

VSM-4E
VSM-4E-C
VSM-4R

XMPO1
XMRO1

ZD03

ZTD02
ZTD03
ZTD04
ZTDO05

A241
A278
A240
A244
A279
A242
A243
A253
A438
A437

B166

B402
B403
B407
B404
B405
B406
B408
B410
B409

B412
B413
B414

B164
B158

c1é
c8

c10
c12
C14
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The Company

Zhuzhou Cemented Carbide Cutting Tools Co., Ltd. (ZCC-CT)
is located in Zhuzhou, Hunan province, China and is the lar-
gest supplier of carbide tools into the Chinese market. The
ZCC-CT cutting tool company is part of the “Zhuzhou ce-
mented carbide Group” who manufacture carbide materials
and powders. Both of these companies are part of the “Min-
metals Corporation” who mine and produce raw tungsten
carbide materials.

Since its foundation in 1953 ZCC-CT has developed rapidly
by progressively using highly advanced modern production
technology as well as having a highly qualified and com-
mitted workforce. With over 2,000 employees the company
is now the largest producer of carbide cutting tools in China
and one of the leading carbide manufacturers worldwide.

Using this advanced production technology, ZCC-CT pro-
ducts are manufactured to the highest quality standards
to maintain a constant quality and high performance. The
wide range of products contains indexable carbide inserts
(coated and uncoated), inserts of Cermets, CBN, PCD and
ceramics, solid carbide cutting tools as well as tool holders
and milling bodies. The products are produced to various
international standards such as ISO DIN, ANSI, JIS and BSI.
Furthermore customised and special carbide product are
also offered.

Research and development plays a major and significant
role at ZCC-CT. The production facilities use the most so-
phisticated and advanced equipment available and this is
supplied by the leading machine and equipment manufac-
turers in Germany and Switzerland. A highly qualified and
skilled team of engineers in the R&D departments are cons-
tantly developing new and improved cutting tools. There
is a constant desire to continually enhance the quality, to
fulfill the ever increasing market requirements for new and
initiative products and to achieve the best possible result for
the customers.

The production and administration facilities in China are
certified to ISO 9001:2000 and they maintain strict environ-
mental management to ISO 14001:2004 standards.

Since 2003 ZCC Cutting Tools has operated a sales organi-
sation in Europe. This sales and warehousing subsidiary of
ZCC-CT is based in Diisseldorf (Germany) and has been pro-
gressively build up and expanded by Mr. Quanliang Zhao
the European Managing Director.

Sales to all European countries, as well as Russia and Tur-
key, are controlled and managed from this European central
warehouse in Diisseldorf, with the majority of the products
being dispatched on the same day of ordering. The business
operates under the quality management system for “Distri-
bution and Logistics of Metal Cutting Tools” and is certified
with DIN EN ISO 9001:2008.

ZCC Cutting Tools Europe has a constantly growing num-
ber of employees covering sales, marketing, warehouse and
distribution, technical support, IT, HR and accounting. Our
external sales team and our partners from around Europe
are there to support you on-site in your production facilities
or distribution operations. Our internal, highly qualified,
technical application engineering staff are always availa-
ble to give the customer technical advice and support via
telephone, by email or in person. The internal sales team
takes care of your enquiries and orders and together with
dedicated warehouse staff they ensure that products are
dispatched to you as quickly as possible.

The complete team at ZCC Cutting Tools Europe are there to
support you and be your competent and efficient partner in
the global Cutting Tool Industry.



Sales center in Europe Sales center in France

ZCC Cutting Tools Europe GmbH ZCC Cutting Tools France S.A.S.
Www.zccct-europe.com WWww.zccct-europe.com

Wanheimer Stralle 57 40472 Diisseldorf, Germany 14, Allée Charles Pathé, 18000 Bourges, France
Tel.: +49(0)211-989240-0 Tel: +33(0)2-454101-40

Fax: +49(0)211-989240-111 Fax: +33 (0)2-486619-46

E-mail: info@zccct-europe.com E-mail: ventes@zccct-europe.com

[=] 3 =]
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