2x5 cutting edges

@

« Entry angle Kr =67°

- Wedge clamping

FMDO02 "

Face mill

B Smooth-cutting inserts due to trough-shaped chip breaker.

B Chamfer with wiper for best surface quality.

B Wide selection of inserts with 6 different chip breakers.

B Milling body available in wide, normal and close pitch (wedge

clamping).

Insert grades

YBC302 YBM253 YBD152 YBD252
cvp cvD cvD cvD

P15-P35 P10-P40 K05-K25 K15-K35
Chip breakers
-CF -CM -CR -PF -PM -PR

+ Steel
apmax =7.5mm

« Cast iron machining
67° apmax =5mm

5mm

+ Screw clamping

« Wiper

B59



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable milling

Face milling

Face milling

FMDO2 Kr:67° 0

&l

4

’

S

Be60

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

Article sk R 1L o0 oD, o ) . Teeth | Coupling ‘
FMDO02-050-A22-PN11-04 e O 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-04C ko 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-05 ° 50 60.1 22 50 5 5 A 0.6
FMDO02-050-A22-PN11-05C ke 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e O 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C ® o 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 ° 63 73.1 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C B 63 73.1 22 50 5 6 A 0.9
FMDO02-080-A27-PN11-06 ° 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-08 ° 80 90.1 27 50 5 8 A 1.2
FMDO02-080-A27-PN11-08C L 80 90.1 27 50 5 8 A 1.2
FMDO02-100-B32-PN11-07 ° 100  110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C *® o 100  110.1 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-10 ° 100  110.1 32 50 5 10 B 1.9
FMDO02-100-B32-PN11-10C *® o 100 110.1 32 50 5 10 B 1.9 PNEG1105
FMDO02-125-B40-PN11-08 e o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C *® o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-12 e O 125 135.1 40 63 5 12 B 3.2
FMDO02-125-B40-PN11-12C *® o 125 135.1 40 63 5 12 B 3.2
FMDO02-160-B40-PN11-10 e O 160  170.1 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 e O 160  170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 @ 210.1 60 63 5 12 C 7.9
FMDO02-200-C60-PN11-16 ° 200  210.1 60 63 5 16 C 85
FMDO02-200-C60-PN11-20 o 200  210.1 60 63 5 20 C 8.5
FMDO02-200-C60-PN11-24 ° 200  210.1 60 63 5 24 C 8.6
FMDO02-250-C60-PN11-14 o 250  260.1 60 63 5 14 C 13.4
FMDO02-250-C60-PN11-18 e o 250 260.1 60 63 5 18 C 18
FMDO02-250-C60-PN11-30 o 250  260.1 60 63 5 30 C 135
FMDO02-315-D60-PN11-26 o o 315 3251 60 80 5 26 D 245

® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224



racemiling INdexable milling

Spare parts

Insert PNEG1105

@D 50-315

. 160M4*10

w Screw (insert) (3.4 Nm)
/’ Wrench (insert) WT15IS

8

p
O

© 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 B350 & ShHheeE OO0 O
M| SBODHR ShBRs OO0 O
K B O @) o
N &b D
S CCI K OBBH
H
Ne—=—M— NNl NNNN N E
Yo bs | 1288 a2 Q2S8R 24 2 |2 |55
XYY =2=22000000000YYY ) = N
[~ R R a R e R a R e W aa ) [fa R e'a B a'a N o'a Wifaa WY o'a i a'a B 'a R aa R =d =z [alya)
S>E>>>>>>>>>>>>>>>5 |5 |>>
PNEG110512L-CF 16 | 5 o
. PNEG110512R-CF 1.6 °
PNEG110512L-CM 16 | 5 o
‘ PNEG110512R-CM 1.6 °
PNEG110512L-CR 1.6
. PNEG110512R-CR 1.6
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

O Ideal machining conditions PNEG L 1.C S d
€3 Normal machining conditions 11 05 75 |15.875| 556 | 4.64
§% Unfavourable machining conditions

Milling inserts

Turning

Milling

N

Drilling

O

Technical
Information

Index

PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SBRBBRE OB SHHBRE OO0 O
M| ODODBER DBHHBRHE OO O
K b5 O S0 &%
N St StE
S CC OBBB
H
N.—.—mEENN-—NomNNNNN; E
1SO bs |amx @ RS Q2SI IRNR2A= |= |55
VUU=Z=220000a000VUYYY U |=A
[oa e R e e R e R e el aa )l fea Jiaa Wit a'a RiYea JiYaa WY a'a WiYa'a JYe'a Ny o'a R (=g =z [alya)
SE>S>S>S>>>>>>>>>>>>5 > > >
PNEG110512L-PF 16| 75 |o
PNEG110512R-PF 16| 75 |o o
PNEG110512L-PM 16| 75 |o (o)
Q PNEG110512R-PM 16| 75 |e@ [
PNEG110512L-PR 16 | 75
PNEG110512R-PR 16| 75 |o [

® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
Be62 v



racemiling INdexable milling

Face milling

FMDO2 Kr:67°

C
Stock Dimensions [mm] Inserts
Article b Teeth | Coupling
“"IR|L| o0 | @D, | od L | 2y ‘
FMDO02-080-A27-PN11-10 ° 80 90.1 27 50 5 10 A 13
FMDO02-100-B32-PN11-14 e O 100  110.1 32 50 5 14 B 1.6
FMDO02-125-B40-PN11-18 ° 125 135.1 40 63 5 18 B 3.2 PNEG1105
FMDO02-160-B40-PN11-22 ° 160 170.1 40 63 5 22 B 5.8
FMDO02-200-C60-PN11-28 o o 200 210.1 60 63 5 28 C 8.5
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert PNEG1105
@D 80-200
DM6*20A
@ Screw (wedge) (7.0 Nm)
@ Wedge W18N
N | Wrench WT1SIT
(wedge)
Technical info B463 Cutting data B224

System code B26

Grade selection

B24
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Indexable mllling Face milling

O Ideal machining conditions PNEG L 1.C S d
€3 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 35350k & SLHBeeE 00 O
M| OO0 SoHsE OO0 O
K B O @) o
N & Des
{ S CCIE X OBHBB
H
Ne—— M= =N NNNN N~ -9
IS0 bs |3 S22480BLRESRSSN2L2Re 2 |55
XYY =2=220000a000UYYVUYYY 9 = N
(e g R e R el el el sa R aa ) ea Wfea Wi ea Wifa'a Wifaa Rifaa Mifaa Wi a'a R aa ) = =z [ala)
S>> >>>>>>>>>5 |5 |[>>
PNEG110512L-CF 16 | 5 o
. PNEG110512R-CF 16 | 5 °
PNEG110512L-CM 16 | 5 o
‘ PNEG110512R-CM 16 | 5 °
PNEG110512L-CR 16 | 5
. PNEG110512R-CR 16 | 5
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O 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 35350 & ShHhee 00 O
M| ©SeH5682 SHHhese 00 O
K B O @) o
N & Des
S o 9 OBHBB
H
N D AR NN=-No WA NN N T 2
ISO bs |lamx | S R FNAmBC2ILS L2l |2 |55
VUU=2=220000000VYLVYUYY 9 = N
[ea g R e R el el el salaa ) ea Wfea Wi a'a Wifaa Sifaa Rifaa Mifa'a Wi a'a R aa ) = =z [ala)
S>> >>>>>>>>>5 |5 |[>>
PNEG110512L-PF 16| 75 |o
Q PNEG110512R-PF 16| 75 |o o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224

Be64



racemiling INdexable milling

© 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 BHRBDBR & SHhHweE OO0 O
M| DHRHDBSH Shhese: OO0 O
K s O S 1Q) &
N St SPEC
S LI < OBHBB
H
NF—mEENN—NOmNNNNN; E
ISO bs %maxgggNNmﬁngggggagﬂm‘— = 58
VUU=Z=220000a00U00vuYuu ) = A
[ e N e e R a R a ) e B oa fifa'a B 'a Wifaa B wa i aa B c'a e R b= =z an
S>>>>>>>>>>>>>>>>> > > >
PNEG110512L-PM 16| 75 |o o
Q PNEG110512R-PM 16| 75 |e ()
PNEG110512L-PR 16| 75 |o ()
Q PNEG110512R-PR 16| 75 |o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

Face milling

FMDO2 Kr:55° 0

Turning

| =
Trana®

C D
(o)}
£
E Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling =
R|L| @D | eod L | @pma \J
FMDO02-080-A27-HN09-08 o 80 27 50 6 8 A 1.19
FMDO02-100-B32-HN09-10 o 100 32 50 6 10 B 1.77
C FMDO02-125-B40-HN09-14 o 125 40 63 6 14 B 3.55
FMDO02-125-B40-HN09-18 o 125 40 63 6 18 B 3.7
FMDO02-160-B40-HN09-18 ° 160 40 63 6 18 B 5.62 HNEX0905
FMDO02-160-B40-HN09-22 o 160 40 63 6 22 B 5.6
o FMDO02-200-C60-HN09-22 o 200 60 63 6 22 C 6.7
é FMDO02-250-C60-HN09-28 o o 250 60 63 6 28 C 13
E FMDO02-315-D60-HN09-44 o 315 60 63 6 44 D 21.7
® Ex stock 0 On demand
% With internal cooling
D Spare parts
Insert HNEX0905
oD 80-315
© S DM6%*20A
) o= 6%20
E = @ Screw (wedge) (7.0 Nm)
i
o QO .
== (] Wedge W18sN
N | Wrench WT1sIT
(wedge)
X
[
©
£
Grade selection B24 Technical info B463 Cutting data B224

System code B26

Be6



racemiling INdexable milling

© Ideal machining conditions HNEX L 1.C S
€3 Normal machining conditions 09 05 9.16 | 15.875| 556
MiIIing inserts §% Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D S DHHBweE OO O
M| ©OHODE ShHeE OO0 O
K B8 O @) o
N &b D
S CCEK OB BB
S
H
Ne—— M= = NN=—=NownNNNN N~ E
IS0 r 228088 LRSSRSISLRL |2 55
O0U0U=S==2000RVVUUUOVY U |=&
[ea g e el e R el aliaa ) ea Wfea i e Wiea Mifaa Rifaa Mifa'a Wi o'a R aa ) = 4 [ala)
S>>>>>>>>>>>>>>>>5 > > >
. HNEX090512-DM 1.2 oo
{ \
. HNEX090512-DR 1.2 o0
{ \
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

Face milling

FMDO3 Kr: 60° 0

Stock Dimensions [mm] Inserts
. - .

Article sk R 1L o0 oD, o ) . Teeth | Coupling l>o.<|
FMDO03-100-B32-LN20-05 o 100 129 32 63 12 5 B 3.02
FMDO03-125-B40-LN20-06 ° 125 153 40 63 12 6 B 4.5
FMDO03-160-C40-LN20-08 ° 160 187 40 63 12 8 C 6.9
FMDO03-160-C40-LN20-09 o 160 187 40 63 12 9 C 6.7 LNKT2007-ZR
FMDO03-200-C60-LN20-10 ° 200 227 60 70 12 10 C 10.5
FMDO03-250-C60-LN20-12 ° 250 276 60 70 12 12 C 13.4
FMDO03-315-D60-LN20-15 o 315 339 60 80 12 15 D 26.2
FMDO03-125-B40-LN25-05 o 125 154 40 63 16 5 B 45
FMDO03-160-C40-LN25-06 ° 160 189 40 63 16 6 C 6.9
FMDO03-200-C60-LN25-08 ° 200 229 60 70 16 8 C 10.5
FMDO03-250-C60-LN25-10 ° 250 278 60 70 16 10 C 16.7 HNKT2510-2R
FMDO03-315-D60-LN25-12 o o 315 346 60 80 16 12 D 27.3
FMDO03-400-D60-LN25-16 o o 400 427 60 80 16 16 D 47.1

® Ex stock

< With internal cooling

Spare parts

0 On demand

Bes

Insert LNKT2007-ZR LNKT2510-ZR
oD 100- 315 125 -400
v Screw (insert) 160M4*15 160M5%17
(3.4Nm) (6.7 Nm)
WP | screw (shim) 160M3*7 I60M3.5%10.4
é Shim LLN20R-ZR LLN25R-ZR
/’ Wrench (insert) WT15IS
) Wrench (insert) WT20IT
A | Wrench (shim) WT09IS WT15IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224



racemiling INdexable milling

O Ideal machining conditions LNKT L S d
€3 Normal machining conditions 20 07 20 7.94 4.6
MiIIing inserts €% Unfavourable machining conditions 2510 25 9.525 5.5
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDBHBBH DB BHBH™ OO O
/4 M| ©B835583 SOV OO0 O
TF T T
LW --—-@—— od] F 1t K o8 o 00 ®
—I—I\\‘
7 A N ) Dee
L S S LI OO
H
M — — N =
IS0 w2288 358885323h |0 55
VUU=222000VUVLVUYLYLLYY O =Ad
DO DO DO DD D DDDDDODDDRZ = [alya)
SE>>>>>>>>>>>>>>>5 |5 |>>
LNKT2007DN-ZR 17 ° ° o °
L‘O"‘I LNKT2510-ZR 18 o o °
® Ex stock o0 On demand HC'" Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mi"ing Face milling

Face milling

FMEO2 Kr:75° 0

D1 |

()]
=
=

5
=

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' @0 | @D, | od | L | apmm a
FME02-050-A22-SP12-04 ° 50 54 22 40 6 4 A 0.3
FME02-063-A22-SP12-05 ° 63 66 22 50 6 5 A 0.6
FME02-080-A27-SP12-06 ° 80 83 27 50 6 6 A 0.9 SPKT1204
C . SPKW1204
FME02-100-B32-SP12-07 ° 100 103 32 50 6 7 B 1.4
FMEO02-125-B40-SP12-08 ° 125 128 40 63 6 8 B 25
® Ex stock 0 On demand
o *¢ With internal cooling
c
=
(@)
Spare parts
Insert SPKT1204
SPKW1204
@D 50-125
) 160M5*13.2
v Screw (insert) 67Nm)
c
© O
g5
_g = /’ Wrench (insert) WT20IS
9 O
[}
.-
X
(3}
e
1=
System code ) B26 Grade selection ) B24 Technical info ) B463 Cutting data ) B224

N
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racemiling INdexable milling

© Ideal machining conditions SPKW L I.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.56
MiIIing inserts §% Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 535D S DHHBweE OO O
) L — M| ©OHODE ShHeE OO0 O
ac|, : 3
=~ Q — K B8 O @) o
] edf
: N % Qe
i/h\\ZS °
e / M == S CCEK OB BB
90°\. L \lJ
H
N-—-—QEENN-—NOmNNNNN-— E
1SO LRLRAYIAAMLRSSIRIR 22 |12 |55
UVUU=2=2=20000aa0VYYYuyYuyvuyu ) = A
[ea g e el e R el aliaa ) ea Wfea i e Wiea Mifaa Rifaa Mifa'a Wi o'a R aa ) = 4 [ala)
S>> >>>>>>>>>5 |5 |[>>
SPKW1204EDFR o
Q SPKW1204EDSR °
\
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
© Ideal machining conditions SPKT L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 556
Milling inserts £%  Unfavourable machining conditions
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P Db HB8E & SHhHee OO0 O
' M| DBRHDBSH DoHeEs OO0 O
K O O 10 EX]
N &8 SR
S CCICK OB BB
H
o~ M = — N N[—= N N o AN NN N E
IS0 S228880R5e833 530l |0 5o
O0U==20000QVVVLYULLVY U =&
[Sa e R ea e e s W aa i aa | Wa'a R o'a i a'a fa'a i a'a Qi a'a Wi a'a Wi a'a N a'a R I P [ala)
S>> >>>>>>>>>5 |5 |[>>
a SPKT1204EDR [
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling race milling
Face milling
FMEO3 Kr:75° 6
B =y
e a ,
Q | D1 |
P % “
T -
J
L LT
" |ed
D
Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling
R|L| @0 | @D, | ed L | @pma
FMEO03-080-A27-SP12-04 o 80 84 27 50 6 4 A 1.1
FMEO03-100-B32-SP12-06 ° 100 104 32 50 6 6 B 1.9
FMEO03-125-B40-SP12-08 o o 125 129 40 63 6 8 B 3.5 SPKN1203
FMEO03-160-B40-SP12-10 e O 160 164 40 63 6 10 B 5.7 SPKR1203
FME03-200-C60-5P12-12 o o 200 203 60 63 6 12 C 8.2 SPEX1203
FMEO03-250-C60-SP12-16 o O 250 253 60 63 6 16 C 13.8
FMEO03-315-D60-SP12-20 o 315 318 60 70 6 20 D 23.5
FMEO03-080-A27-SP15-04 o o 80 84 27 50 8 4 A 1
FMEO03-100-B27-SP15-06 o 100 104 27 50 8 6 B 1.8
FMEO03-125-B40-SP15-08 e O 125 129 40 63 8 8 B 33 SPKN1504
FMEO03-160-B40-SP15-10 o o 160 164 40 63 8 10 B 54 SPKR1504
FME03-200-C60-5P15-12 o o 200 204 60 63 8 12 C 7.9 SPEX1504
FMEO03-250-C60-SP15-16 o o 250 253 60 63 8 16 C 13.6
FMEO03-315-D60-SP15-20 o o 315 318 60 70 8 20 D 23.1
® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B72



racemiling INdexable milling

Spare parts

SPKN1203 SPKN1203 SPKN1504
Insert SPKR1203 SPKR1203 SPKR1504
SPEX1203 SPEX1203 SPEX1504
@D 80-100 125-315 80-315
@@ | Adustable LOM5*15.1 LOMS*15.1 LOM5*15.1
screw
@ Cassette (left) LSP12L LSP12L LSP15L
@ Cassette (right) LSP12R LSP12R LSP15R m
w Screw (wedge) WM8*17 WM8*22 WM8*22
e Wedge (left) WO04L WO04L WO04L
er g 3
&/ | Wedge (right) WO4R WO04R WO04R ’
P Wre“f:r)('oca' WT20T WT20T WT20T
) Wrench WT25T WT25T WT25T
(wedge)
© Ideal machining conditions SPKN L I.C S
€3 Normal machining conditions 12 03 12.7 12.7 3.18
Milling inserts €% Unfavourable machining conditions 1504 |15.875|15875| 4.76
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 358558 & Sohhee 00 O
S M| DB8HHB8 SHhHeEse: OO0 O
K © O S0 EX]
N &b S
S CCICX OBHBB
H
N-—-—QEENN-—NomNNNNN‘— E
ISO be |[bs QRIIddReeqgReaaLyr2 |2 |55
UVUU=S=2=20000aa0VYYYyYuyYvyv ) = A
[Sa el ea e e s W aa i aa )| Wa'a R o'a M a'a Wfa'a Wi a'a Qi a'a Wi a'a Wi a'a R a'a R I~ =z [ala)
SES>>5>>>>>>>>>>>>>5 |5 |>>
SPKN1203EDFL 1 |14 °
SPKN1203EDFR 1 |14 o °
SPKN1203EDSKL 1 (14
SPKN1203EDSKR 1 (14 ° o ° °
SPKN1203EDTKR 1 (14 o o
SPKN1504EDFL 1 (14 o
\ 4
SPKN1504EDFR 1 114 o
SPKN1504EDS32PR 1 |14 o e}
SPKN1504EDSKL 1 (14 o
SPKN1504EDSKR 1 114 ° ° °
SPKN1504EDTKR 1 (14
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

Milling inserts

Ideal machining conditions

Normal machining conditions
Unfavourable machining conditions

SPKR

12 03 12.7 12.7 3.18

1504 |15875|15.875| 4.76

SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DR & DHHsEE OO0 O
M| DHHDBR DHHezsE OO O
K DBy O Q) &8
N & PR
S I OBHBHB
H
() oo o~ NN NN 2
N = — - = — n — —
IS0 be |[bs S 22088 BYRSS]SSRI2QL |2 |53
VUU==2=20000aa00Yuyuvuvuu 9 = N
[ e R e i i ea ) [faa Bfe'a S a'a B e'a Wfaa WY 'a i aa B 'a R aa R b= =z [alya)
S>E>>>>>>>>>>>>>>>= > > >
=== | SPKR1203EDL-GM 1 |14 o
| | | SPKR1203EDR-GM 1 |14 °
|
=== | SPKR1504EDR-GM 1 |14 o o
SPKR1203EDR 1 |14 e}
\ 4
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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racemiling INdexable milling

Face milling

FMEO4 Kr:75° 0

]

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling
' @0 | @D, | od L | 2y | O |
FMEO04-125-B40-LN15-06 ° 125 137 40 63 10 6 B 3.8
FMEO04-160-B40-LN15-08 ° 160 170 40 63 10 8 C 6.6
FME04-200-C60-LN15-10 ° 200 208 60 70 10 10 C 9.6 LNKT1506-ZR
FME04-250-C60-LN15-12 o 250 257 60 70 10 12 C 13.4
FMEO04-315-D60-LN15-16 o 315 328 60 80 10 16 D 25.2
® Ex stock o On demand
* With internal cooling
Spare parts
Insert LNKT1506-ZR
@D 125-315
. 160M4%12
v Screw (insert) (3.4 Nm)
W | screw (shim) 160M3*7
& Shim LLN15-ZR -4 8
Y
/’ Wrench (insert) WT15IS
/’ Wrench (shim) WTO09IS
Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

O Ideal machining conditions LNKT L S d
€3 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 35350k & DHHBE OO O
E ] M| SSRGS BHOHBE 00 O
T T T
w --——@—— od] Fit 1 K o8 o 80 ®
—I—k\l
T A N 8 Des
L S S LI K OBHEHB
H
N DA HRNN=-No WA NN N T -E
ISO W |gRedadmeegl8a282 |2 |55
VU U=2=2=20000a00YYyYuyvyu 9 = N
(e g R e R el el el sa R aa ) ea Wfea Wi ea Wifa'a Wifaa Rifaa Mifaa Wi a'a R aa ) = =z [ala)
S>E>>>>>>>>>>>>>>>5 |5 |>>
LNKT1506EN-ZR 14 ° O e e e o
Lo
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Face milling

FMPO1 Kr:90° 0 0

2D oD
aiL ey 3, °| |6 7 1
= P L =
C Y< L .
i ; :
{ 2D 2D ,
| ~ I - E——
. N ST NIRRT
T [ed |
C D
Stock Dimensions [mm] Inserts
. - .
Article sl R L o0 o ) . Teeth | Coupling
—
FMP01-080-A27-TP22-04 ° 80 27 50 18 4 A 1.2
FMP01-100-B32-TP22-06 ° 100 32 50 18 6 B 1.7
FMPO01-125-B40-TP22-08 e O 125 40 63 18 8 B 3.2
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 C 74
FMP01-250-C60-TP22-16 o O 250 60 63 18 16 C 12.3
FMP01-315-D60-TP22-20 o o 315 60 70 18 20 D 21.9

® Ex stock o0 On demand

* With internal cooling

Spare parts

Turning

Milling

N

Drilling

O

Technical
Information

Index

Insert TPKN2204 TPKN2204
@D 80-100 125-315
B | Adustable LOMS5*15.1 LOMS5*15.1
screw
@ | Cassette (left) LTPALI LTPAL
@ | Cassette (right) LTP4R1 LTP4R
& | screw (wedge) WM8*12 WM8g*22
&/ | Wedge (eft) Wo4L W04L
&/ | Wedge (right) WO4R WO4R
P Wrench (loca- WT20T WT20T
tor)
| rench WT25T WT25T
(wedge)
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

O Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 22 04 22 12.7 4.76
MiIIing inserts €% Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35350k & DHHBE OO O
M| OO0 SoHsE OO0 O
K By O @) o
N & Des
S CCIE X OBHEHB
H
NFFmEENN—NomNNNNNE E
ISO be |[bs[an|R R FAAm2R2S2IRI~R2L& = |= |55
VUU=2=220000a000vVYYvu 9 = N
(e g R e R el el el sa R aa ) ea Wfea Wi ea Wifa'a Wifaa Rifaa Mifaa Wi a'a R aa ) = =z [ala)
S>>>>>>>>>>>>>>>>5 > > >
TPKN2204PDFR 14 (0.7(11° o °
TPKN2204PDS32PR 14 (0.7(11° o o
TPKN2204PDSKL 14 (0.7(11° o
WSS | TPKN2204PDSKR 14 [07[11°] o @ e o ee o
TPKN2204PDTKR 14 (0.7 (11° )
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Face milling

FMP02 Kr:90° 0 0

[
¥

3
i @

&

oo NN
L N TTT H T (] |T| VA
i [
ad
D
Dimensions [mm] Inserts
. - .
Article sz | Stock o0 o ) . Teeth Coupling P
A ____4
FMP02-050-A22-SE09-05 ° 50 22 40 6.7 5 A 0.3
FMP02-050-A22-SE09-05C * ° 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 x ° 63 22 40 6.7 6 A 0.5
FMP02-080-A27-SE09-08 ° 80 27 50 6.7 8 A 0.9
FMP02-100-B32-SE09-08 [¢) 100 32 50 6.7 8 B 1.7 SEETO9TS
FMP02-100-B32-SE09-10 o 100 32 50 6.7 10 B 1.7
FMP02-100-B32-SE09-10C x 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 % o 125 40 63 6.7 12 B 26
FMP02-050-A22-SE12-03 [¢) 50 22 40 10.8 3 A 0.3
FMP02-050-A22-SE12-04 ° 50 22 40 10.8 4 A 0.3
FMP02-050-A22-SE12-04C x ° 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 x o 50 22 40 10.8 5 A 0.2
FMP02-063-A22-SE12-04 o 63 22 40 10.8 4 A 0.4
FMP02-063-A22-SE12-05 ° 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-05C % ° 63 22 40 10.8 5 A 0.4
FMP02-063-A22-SE12-06 ° 63 22 40 10.8 6 A 0.4
FMP02-063-A22-SE12-06C % [¢) 63 22 40 10.8 6 A 0.4 SEET1203
FMP02-080-A27-SE12-04 o 80 27 50 10.8 4 A 0.9
FMP02-080-A27-SE12-06 ° 80 27 50 10.8 6 A 0.8
FMP02-080-A27-SE12-06C £ ° 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 b o 80 27 50 10.8 8 A 0.8
FMP02-100-B32-SE12-05 ° 100 32 50 10.8 5 B 1.2
FMP02-100-B32-SE12:07 ° 100 32 50 10.8 7 B 1.2
FMP02-100-B32-SE12-10 ° 100 32 50 10.8 10 B 1.2
FMP02-100-B32-SE12-10C b o 100 32 50 10.8 10 B 1.2
® Ex stock o On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Bso

Indexable milling race miling
Dimensions [mm] Inserts
A Article sz | Stock Teeth Coupling i
@D od L Ap max <D
A/
FMPO02-125-B40-SE12-06 o 125 40 63 10.8 6 B 3.1
FMPO02-125-B40-SE12-08 ° 125 40 63 10.8 8 B 3
o
c FMP02-125-B40-SE12-08C b o 125 40 63 10.8 8 B 3
g FMP02-125-B40-SE12-12 ° 125 40 63 10.8 12 B 2.9
= FMP02-160-C40-SE12-08 ° 160 40 63 10.8 8 C 4.1
SEET1203
FMPO02-160-C40-SE12-12 [ 160 40 63 10.8 12 C 3.9
FMP02-200-C60-SE12-16 ° 200 60 63 10.8 16 C 6.1
FMP02-250-C60-SE12-12 o 250 60 63 10.8 12 C 1.1
B FMP02-250-C60-SE12-18 [} 250 60 63 10.8 18 C 10.9
FMP02-315-D60-SE12-24 o 315 60 63 10.8 24 D 21.6
® Ex stock 0 On demand
* With internal cooling
o
£
=
Spare parts
Insert SEET09T3 SEET1203 SEET1203
oD 50-125 50 63-315
w Screw (insert) 160M3*7 160M3.5*%10 160M3.5%12
(1.8Nm) (2.7 Nm) (2.7 Nm)
C @ Screw (shim) SM5*7XA
~ Shim S12BSX
—
. & | Wrench (insert) WT09IS WT15IS WT15IS
c
= ¢ | Wrench (shim) WH35L
p—
)
O  Ideal machining conditions SEET L 1.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
D Milling inserts €% Unfavourable machining conditions 12 03 |13.308|13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P B3 BDBR & SHhHhReE OO0 O
= o M| SBBOBG BOOHBE 00 O
(O}
'E g K B O 1@) o
85 N & X
c
= S S X OBHDB
H
M — — ~N =
150 r 2888880 Q5S]8852mb b 5o
E OUU=S=220000RVVVYOVYY (U |=A
[oa e R e e e R e i va e )l o Biaa WY a'a e MY aa W a'a MY a'a R o'a Ny 2 R (=g P [alya)
S>E>>>>>>>>>>>>>>>> |5 |>>
W SEET09T308PER-APF 0.8 ° o o
© SEET120308PER-APF 08 ° oo
A4
é ® Ex stock o On demand HC' Coated carbide
£ HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224



racemiling INdexable milling

© Ideal machining conditions SEET L I.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 4.01 33
Milling inserts €% Unfavourable machining conditions 12 03 |13.308|13.308| 4.04 | 4.1
SE** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 535D S DHHBweE OO O
== M| ©OHODE ShHeE OO0 O
@1.C ? i R
\é\@\ K B8 O @) o
el N 8 D%
N S & B 0B8®
90° L
H
ISO r 838 daleSglaanyg2 |2 |55
VUU=2=220000a0000VYYvY 9 = N
[ea g e el e R el aliaa ) ea Wfea i e Wiea Mifaa Rifaa Mifa'a Wi o'a R aa ) = 4 [ala)
S>> >>>>>>>>>5 |5 |[>>
| SEETO9T308PER-APM 0.8 ° o o
= |
(3 o SEET120308PER-APM 0.8 ° o e
—
SEET09T308PER-APR 0.8 ° o o
' €. | SEET120308PER-APR 08 o o
A 4
SEET120308-LH 0.8 o o °
()
—
SEET09T308PER-PF 0.8 °
« SEET120308PER-PF 08 |® o o °
T
SEETO9T308PER-PM 0.8 o °
G |
6. SEET120308PER-PM 08 |e® e 0o 0 0 ° °
—
SEET09T308PER-PR 0.8 ° o
l‘ ~ | SEET120308PER-PR 08 | eeee O o o
A 4
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

Face milling

A

Turning

'S s

.
7

g
E Stock Dimensions [mm] Inserts
. - .
Article sk R L o0 o ) . Teeth | Coupling l’o.ql
FMP03-050-A22-LN12-04C L ) 50 22 40 7 4 A 0.3
FMP03-050-A22-LN12-05C ® o 50 22 40 7 5 A 0.3
C FMP03-063-A22-LN12-05C L ) 63 22 40 7 5 A 0.5
FMP03-063-A27-LN12-05C * o 63 27 50 7 5 A 0.64
FMP03-063-A22-LN12-06C *® o 63 22 40 7 6 A 0.5
FMP03-063-A27-LN12-06C ke 63 27 50 7 6 A 0.65 HNKT120608-2R
o FMP03-063-A27-LN12-07C ko 63 27 50 7 7 A 0.64
= FMP03-080-A27-LN12-06C e 80 27 50 7 6 A 1
g FMP03-080-A27-LN12-07C ® o 80 27 50 7 7 A 1
FMP03-100-B32-LN12-06 o 100 32 50 7 6 B 1.47
FMP03-125-B40-LN15-06 ° 125 40 63 12 6 B 5
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
D FMP03-200-C60-LN15-10 ° 200 60 70 12 10 C 7.5 LNKT1506EN-ZR
FMP03-250-C60-LN15-12 o 250 60 70 12 12 C 12.2
FMP03-250-C60-LN15-13 o 250 60 70 12 13 C
- FMP03-315-D60-LN15-16 o 315 60 80 12 16 D 237
E 8 FMP03-125-B40-LN20-06 o 125 40 63 16 6 B 33
E g FMP03-160-C40-LN20-08 ° 160 40 63 16 8 C 53
E :g FMP03-160-C40-LN20-09 o 160 40 63 16 9 C
- FMP03-200-C60-LN20-10 ° 200 60 70 16 10 C 8.8 LNKT2007DN-ZR
FMP03-200-C60-LN20-11 o 200 60 70 16 1 C
FMP03-250-C60-LN20-12 ° 250 60 70 16 12 C 14
FMP03-315-D60-LN20-15 o 315 60 80 16 15 D 239
E FMP03-125-B40-LN25-05 o 125 40 63 20 5 B 25 [
FMP03-160-C40-LN25-06 o o 160 40 63 20 6 C 5.1
FMP03-200-C60-LN25-08 o 200 60 70 20 8 C 8.9 LNKT2510-ZR
FMP03-250-C60-LN25-10 e o 250 60 70 20 10 C 12
& FMP03-315-D60-LN25-12 o o 315 60 80 20 12 D 21.9
E ® Ex stock o On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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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
(3.4 Nm) (3.4 Nm) (3.4Nm) (6.7 Nm)
v Screw (shim) 160M3*7 160M3*7 160M3.5%10.4
é Shim LLN15-ZR LLN20R-ZR LLN25R-ZR
/’ Wrench (insert) WT15IS WT15IS WT15IS
)~ Wrench (insert) WT20IT
/’ Wrench (shim) WTO09IS WT09IS WT15IS
LNKT L S d
12 06 12.7 6.65 4.4
O  Ideal machining conditions 1506 |15875| 635 | 46
€3 Normal machining conditions 20 07 20 794 | 46
Milling inserts €8  Unfavourable machining conditions 2510 | 25 | 9525 | 55
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOHDBBH D SOOHEHE OO0 O
- M| S800S sooss 00 O
T T T
w --——@—— od] Pt 1 K o6 O 80 %
—J—k\‘
T A N &8 PR
L S S S < OBBH
H
Ne—e— M= NN WLNNNN N B
o) W ig2dder 223 am2ls |2 |53
JOU=S=S0000R000Uu0UY U =«
[~ R a R e R a R a R aa ) [faa R 'a B a'a R e'a Wifaa B o'a i a'a B 'a e R b= z [alya)
S>E>>>>>>>>>>>>>>>> |5 |>>
LNKT120608-ZR 12 |e ° °
Lp"] LNKT1506EN-ZR 14 o ce e o
LNKT2007DN-ZR 17 ° ° °
LNKT2510-ZR 18 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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