FMP12*”

Square shoulder mill

B For steel, stainless steel and cast iron
B Insert with six cutting edges

B Two different insert sizes

B Radii from 0.4-1.6 mm available

Insert grades

MBIV253 MBG205 YBD152 YBD252

CcvD PVD cvD cvD
P20-P40 P10-P30 K05-K25 K15-K35
M10-M30 M20-M30

Chip breaker

B85
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Indexable mllling Face milling

Face milling

Article

s
o

Dimensions [mm]

Stock Teeth Coupling
@D od Ap max

Inserts

FMP12-050-A22-WN06-05C £ o 50 22 5 A 55
FMP12-063-A22-WN06-06C ] ° 63 22 6 A 45
FMP12-080-A27-WN06-07C x [ 80 27 7 A 10
FMP12-100-B32-WNO06-09 ° 100 32 9 A 1.4 WNHU0604
FMP12-100-B32-WN06-09C £ ° 100 32 9 A 1.4
FMP12-125-B40-WNO06-11C ] o 125 40 11 B 34
FMP12-160-C40-WNO06-14 o 160 40 14 @ 5.4
FMP12-063-A22-WN08-04C b [ 63 22 4 A 39
FMP12-063-A22-WN08-05C £ [ 63 22 5 A 45
FMP12-080-A27-WN08-05C £ o 80 27 5 A 95
FMP12-100-B32-WNO08-06 ° 100 32 6 B 1.32
FMP12-100-B32-WN08-06C b [ 100 32 6 B 1.32
FMP12-125-B40-WNO08-08C x o 125 40 8 B 3.3 WNHU0806
FMP12-160-C40-WNO08-10 o 160 40 10 @ 5.2
FMP12-200-C60-WNO08-12 o 200 60 12 @
FMP12-250-C60-WNO08-14 o 250 60 14 @
FMP12-315-D60-WNO08-18 o 315 60 18 D
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert WNHU0604 WNHU0806
@D 50-315 50-315
v Screw (insert) 160M3*9 160M4*10
(1.8Nm) (3.4Nm)
/’ Wrench (insert) WTO09IS
) Wrench (insert) WT20IT
System code B26 Grade selection B24 Technical info B463 Cutting data B224
N
Bss >



Face milling

Indexable milling

© Ideal machining conditions WNHU L I.C S d
€3 Normal machining conditions 06 04 | 573 | 9525 | 4704 | 35
Milling inserts §% Unfavourable machining conditions 0806 | 776 | 127 | 632 | 44
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3530 DBH S ShBeeE OO0 O
M| SBODHER Shhes OO0 O
K @ O 2 1@) o
N &b D
s o o 088G
H
Ne—= =M= = NNe—=NolnNNNN N H
IS0 r 228888 LRSSRSSRS LR 2 |55
JOU=S=S0000R000uuuy U =«
[~ R e R a R e R a R e W aa ) [faa R e'a B a'a R 'a Wi aa B o'a i a'a B 'a R aa R e =z [alya)
SE>>>>>F>>>>>>>>>5 |5 |>>
WNHUO060404PNR-GM 0.4 o o o
WNHUO060408PNR-GM 0.8 ° o o
WNHU080608PNR-GM 0.8 o o0 °
WNHU080616PNR-GM 1.6 o e 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

Bs7

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

Face milling

@D

ad

ar |,

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
‘ oD | od | ame ‘
FMP12-025-XP25-WN06-02C £ o 25 25 2 0.38
FMP12-032-XP25-WN06-03C b o 32 25 3 0.47
WNHU0604
FMP12-040-XP32-WNO06-04C x o 40 32 4 0.85
FMP12-050-XP40-WNO06-05C N o 50 40 5 1.59
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert WNHU0604
oD 25-50
. 160M3x9
v Screw (insert) (18Nm) ‘
/
D
/’ Wrench (insert) WTO9IS
B463 Cutting data B224

System code B26

Bss

Grade selection

B24

Technical info



racemiling INdexable milling

© Ideal machining conditions WNHU L I.C S d
€3 Normal machining conditions 06 04 | 573 | 9525 | 4704 | 3.5
MiIIing inserts §% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBHE O Shhee OO0 O
M| DRODBE SHHee OO0 O
K @ O @) o
N &b D
S CCEK OBBB
H
Ne—c— M= = NN—NohNNNN 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>E>>>>>>>>>>>>>>>5> |5 |>>
WNHUO060404PNR-GM 0.4 o o o
‘ WNHU060408PNR-GM 08 . oo 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
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Face milling

L A R

od

Dimensions [mm] Inserts
Article sz | Stock Teeth £\
' R | @0 | od | L L | 2y )
FMRO01-025-XP20-RC10-02 o 5 25 20 30 100 5 2 0.2
FMRO01-025-XP20-RC10-02C S o 5 25 20 30 100 5 2 0.2
RCKT10T3
FMRO01-032-XP25-RC10-02 ° 5 32 25 35 120 5 2 0.5
FMR01-032-XP25-RC10-02C sk [ 5 32 25 35 120 5 2 0.5
FMRO01-040-XP32-RC12-03 ° 6 40 32 40 120 6 3 0.7
FMRO01-040-XP32-RC12-03C sk [ 6 40 32 40 120 6 3 0.7 RCKT1204
! : RCGX1204
FMRO01-050-XP32-RC12-03 ° 6 50 32 40 120 6 3 0.8
® Ex stock o On demand
* With internal cooling
Spare parts
RCKT1204
Insert RCKT10T3 RCGX1204
@D 25-32 40-50
v Screw (insert) 160M4*8.4 160M3.5*10
(3.4 Nm) (2.7 Nm)
| Wrench (insert) WT155 WT155
Grade selection B24 Technical info B463 Cutting data B224

System code B26

B9o



racemiling INdexable milling

© Ideal machining conditions RCGX I.C S d
€3 Normal machining conditions 12 04 12 4.76 4
MiIIing inserts §% Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P SOROBBRE S DHHBweE OO O
a1.C e M| S800S% 8o08% 00 |0
@d]:“.i K B O @) &
N St D
—
S CCEK OB BB
H
1SO LddmugeegRl]alLeygd 2 |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 |[>>
O 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
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts £%  Unfavourable machining conditions 12 04 12 4.76 4
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 358558 & SHhHee OO0 O
M| DBRHDBSH DoHeEs OO0 O
K B2 O 10 EX]
N &8 SR
S CCICK OB BB
H
N._._QEENN‘—NomNNNNN; E
1SO SR dm Q2SR ~Na2A= |[= |55
UVUVU=S=220000aa0VYYYuyYuyvuyv ) = A
[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 |[>>
RCKT10T3MO-DM o0 ° o
\0’ RCKT1204MO-DM o0 e @O ° o
4 RCKT1204MO-DR o0 o0 o o
P RCKT1204MO-ER °
_fh« RCKT1204MO-NM ° ° ° o o
=)
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B463 Cutting data B224
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Indexable mllling Face milling

O  Ideal machining conditions RCMW | I.C S d
€3 Normal machining conditions 12 04 12 4.76 4.1
Milling inserts €% Unfavourable machining conditions
RN** negative insert BL (CBN) BH (CBN)
i P
7 o

@1C L M

HH K ©
ad f
L
ap N
S S| &
H &3
|SO apmax 5 E E
[aa el o
2¥ 2
— RCMW1204MO-PCBN 2.7 o
N
® Ex stock o On demand BL (CBN) CBN with a low CBN content
BH (CBN) CBN with a high CBN content
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B92
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Dimensions [mm] Inserts
i s H e
Article sz | Stock R o0 o ) _— Teeth Coupling °
FMR02-050-A22-RC12-05C x ° 6 50 22 40 6 5 A 0.7
FMR02-052-A22-RC12-05C K ° 6 52 22 40 6 5 A 0.7
FMR02-063-A22-RC12-04 ° 6 63 22 40 6 4 A 0.7 RCGX1204
FMR02-063-A22-RC12-06 ° 6 63 22 40 6 6 A 0.7 RCKT1204
FMR02-063-A22-RC12-06C %O 6 63 22 40 6 6 A 0.7 RCMW1204
FMR02-080-A27-RC12-07C sk ° 6 80 27 50 6 7 B 0.7
FMR02-100-B32-RC12-08C K ° 6 100 32 50 6 8 B 0.89
FMR02-063-A22-RC16-04 ° 8 63 22 40 8 4 A 0.7
FMR02-063-A22-RC16-04C N o 8 63 22 40 8 4 ----- A 07 -----
FMRO02-066-A27-RC16-05C £ ° 8 66 27 50 8 4 ----- A 05 -----
FMRO02-080-B27-RC16-05 ° 8 80 27 50 8 5 B 0.7 -
FMR02-080-B27-RC16-07 ° 8 80 27 50 8 7 ----- B 07 -----
FMR02-100-B32-RC16-06 ° 8 100 32 63 8 6 ----- B 12 ----- RCKT1606
FMRO02-100-A32-RC16-06C k ¢} 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) ¢} 8 160 40 63 8 10 B 394
FMR02-200-C60-RC16-12FB ° 8 200 60 63 8 1 2 C 54 -----
FMR02-080-A27-RC20-04 ° 10 80 27 50 10 4 A 0.7
FMR02-080-A27-RC20-04C % e 10 8 27 50 10 4 A 07
FMR02-100-B32-RC20-05 ° 10 100 32 63 10 5 ----- B 1 2 -----
FMR02-100-B32-RC20-06 ° 10 100 32 63 10 6 ----- B 12 -----
FMR02-100-B32-RC20-06C E o 10 100 32 63 10 6 B 1.2 -
FMR02-125-B40-RC20-06 e 10 125 40 6 10 6 B 12
FMRO02-125-B40-RC20-07 ° 10 125 40 63 10 7 ----- B 22 ----- RCKT2006
FMR02-125-B40-RC20-07C £ o 10 125 40 63 10 7 ----- B 22 -----
FMR02-160-B40-RC20-08 ° 10 160 40 63 10 8 B 4.2 -
FMR02-160-B40-RC20-08C % o 10 160 40 63 10 8 B 42
FMRO02-250-C60-RC20-10 ° 10 250 60 63 10 1 O C 849
FMR02-250-C60-RC20-11 o 10 250 60 63 10 1 1 ----- C 837
® 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

RCGX1204
Insert RCKT1204 RCKT1606 RCKT2006
RCMW1204
@D 50-100 63-200 80-250
¥ | screwlinsert) 160M3.5*10 I60M5*13 143M6*16 | <A
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/ Wrench (insert) WT15IS
) Wrench (insert) WT20IT WT25IT
O Ideal machining conditions RCGX 1.C S d
€5 Normal machining conditions 12 04 12 4.76 4
Milling inserts &% Unfavourable machining conditions
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7¢ P OOHDBH O SHhHhEeE 00 O
e L M OBOOSB SOO8% 00 O
: , di K 8% O 80 £
—
S EE X OSBBH
H
N e— — M~ — N N|— N N AN NN N g
IS0 S22H8ALRESRgI gL |0 |55
JOU=S=S00|00a00VULVY U |=A
[~ R e R a R R a R ~a Ryaa ) [faa R e'a B aa B s M aa By 'a i aa Qi 'a i wa R 0=d =z [alya)
S>E>>>>>>>>>>>>>>>> |5 |>>
RCGX1204MO-LH °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Grade selection B24 Technical info B463 Cutting data B224

System code

Bo4

B26



racemiling INdexable milling

© Ideal machining conditions RCKT 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4
€%  Unfavourable machining conditions 16 06 16 6.35 5.56
Milling inserts 20 06 20 6.35 | 6.55
RC** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3G355B8% & SHEHBeexs OO0 O
M| DRODBE SHHeE OO0 O
K B&e O SO EX]
N S D
S CEICX OB BB
H
N.—.—m‘_‘_NNl—NoLnNNNNN‘_ E
IS0 2R8dmrR2S2y_Ram24 2 |2 |53
O00U=S==2000RVVUVUYUOVY (U |=&
[a g e R e R e R el a laa ) ea Wfea i a'a Wie'a Mifa'a Rl a'a Mifa'a Wi a'a R a'a ) = b4 [ala)
S>E>>>5>>>>>>>>>>>>> |5 |>>
RCKT1204MO-DM o0 e @O ° o
\0’ RCKT1606MO-DM o0 ¢} o °
RCKT2006MO-DM o o o
4 RCKT1204MO-DR o0 o0 o
‘Q( RCKT1606MO-DR e 00 ° ° o
RCKT2006MO-DR LI ) ¢} ° o o
Py RCKT1204MO-ER ()
Lo BN
@ RCKT1606MO-ER .
RCKT2006MO-ER °
‘(__(\ RCKT1204MO-NM ° ° °
)
@ RCKT1606MO-NM o o o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
© Ideal machining conditions RCMW 1.C S d
€3 Normal machining conditions 12 04 12 4.76 4.1
§%  Unfavourable machining conditions
Milling inserts
RN** negative insert BL (CBN) BH (CBN)
7° ! v
@ic L M
adIF: K O
w» L N
S S| &
H S
IS0 B | N O 5
[salaal o
$¢ g
3 RCMW1204MO-PCBN 2.7 o

® Ex stock o On demand BL (CBN) CBN with a low CBN content
BH (CBN) CBN with a high CBN content

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

S L A R

ap

@D

fy e

od

Dimensions [mm] Inserts
Article sz | Stock Teeth

' R | o0 | od L, L | apme &
FMRO03-016-XP16-RD08-02 o 4 16 16 25 100 4 2 0.1
FMRO03-016-XP16-RD08-02C b o 4 16 16 25 100 4 2 0.1

RDKWO0803

FMRO03-025-XP25-RD08-02 ° 4 25 25 30 100 4 2 0.3
FMR03-025-XP25-RD08-02C sk o 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 o 5 32 32 40 120 5 2 0.7
FMRO03-040-XP32-RD12-03 ° 6 40 32 40 120 6 3 0.7
FMR03-040-XP32-RD12-03C S o 6 40 32 40 120 6 3 0.7 RDKW1204
FMR03-050-XP32-RD12-04 ° 6 50 32 40 120 6 4 0.8

® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert RDKW0803 RDKW10T3 RDKW1204
@D 16-25 32 40-50
v Screw (insert) 160M3*7 160M4*10 160M4*10
(1.8 Nm) (3.4 Nm) (3.4 Nm)

/ Wrench (insert) WTO09IP WT15IP WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224

Boe



racemiling INdexable milling

RDKW 1.C S d
© Ideal machining conditions 08 03 8 3.18 34
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts €%  Unfavourable machining conditions 12 04 12 | 476 | 44
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBR 6 Shhee OO0 O
M| DRODBE SHHek OO0 O
a K B O S0 &
© wad
N &b PR
‘ar‘ b S EE B BoRe
H
Ne—=— M~ NNe—NolnNNNN N E
IS0 2R8dmrR2S2y_Ram24 2 |2 |53
O0U==220000QV0VUVLYULVY U =&
[Sa e R ea e N a s W aa i aa ) o' R o'a M a'a Wifa'a i a'a Qi a'a Wi a'a Wi o'a R a'a R I~ P [ala)
S>E>>>5>>>>>>>>>>>>> |5 |>>
RDKW0803MO ® e
a RDKW10T3MO ® O o ° ° o
o RDKW1204MO ° o o oo o0 o0 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
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Face milling

S L A R

Dimensions [mm] Inserts
Article sz | Stock Teeth @
R @D od L, L Ap max \ /
FMR03-015-G16-XS-RD0702-02 o 35 15 16 40 88 35 2
FMR03-015-G16-XS-RD0702-02C b o 35 15 16 40 88 35 2
FMR03-015-G16-S-RD0702-02C x o 3.5 15 16 60 108 3.5 2 RDKWO0702
FMR03-015-G20-M-RD0702-02C £ o 3.5 15 20 80 130 3.5 2
FMR03-015-G25-XL-RD0702-02C £ o 35 15 25 120 176 35 2
FMR03-020-G20-XS-RD1003-02C % o 5 20 20 40 90 5 2
FMR03-020-G20-S-RD1003-02C b o 5 20 20 60 110 5 2
FMR03-020-G25-M-RD1003-02C x ] 5 20 25 80 136 5 2 RDKW1003
FMR03-020-G25-L-RD1003-02C £ o 5 20 25 100 156 5 2
FMR03-020-G25-XL-RD1003-02C *® o 5 20 25 120 176 5 2
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RDKWO0702 RDKW1003
@D 15 20
v Screw (insert) 160M2.5*5.0 160M3.5%7.7
(1.0Nm) (2.7 Nm)
@ | Wrench (insert) WTO7P WT15P
System code B26 Grade selection B24 Technical info B463 Cutting data B224

Bos



racemiling INdexable milling

© Ideal machining conditions RDKW I.C S d
€3 Normal machining conditions 07 02 7 2.38 2.7
Milling inserts §%  Unfavourable machining conditions 10 03 10 318 | 3.9
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBHE O SODBHEHE OO O
M| SO0 SOORBE OO O
a K @ O @) LK
© wad
N &b PR
o
bx‘ h AR EEELUL
H
N—— M- NN~ N~ E
IS0 2R8dmrReS2y_RRam24 2 |2 |53
JOU==S0000R000UuUUY 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>E>>>>>>>>>>>>>>>5> |5 |>>
RDKW0702MO-1 ° °
RDKW0702MO-2 °
0 RDKW1003MO-1 o0 L)
- RDKW1003MO-2 °
RDKW1003MO-3 ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B99

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Face milling

Face milling

o &P P

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
' R | @0 | od | L | am ()
FMR04-050-A22-RD12-03 ° 6 50 22 40 6 3 A 0.3
RDKW1204
FMR04-063-A22-RD12-04 ° 6 63 22 50 6 4 A 0.5
FMR04-080-B27-RD16-05 ° 8 80 27 50 8 5 B 1.2
RDKW1605
FMR04-100-B32-RD16-06 ° 8 100 32 50 8 6 B 1
FMR04-125-B40-RD20-06 o 10 125 40 63 10 6 B 1.9
FMR04-125-B40-RD20-06C x o 10 125 40 63 10 6 B 1.9 RDKW2006
FMRO04-160-B40-RD20-07 o 10 160 40 63 10 7 B 3.7
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert RDKW1204 RDKW1605 RDKW2006
@D 50-63 80-100 125-160
a Clamp WD-204 WD-207
v Screw (clamp) 160M4*10 160M5*13
P (3.4 Nm) (6.7 Nm)
v Screw (insert) 160M3.5*10 160M5%*13 143M6*16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/ Wrench (clamp) WT15IP
) Wrench (clamp) WT20IT
V Wrench (insert) WT15IP
) Wrench (insert) WT20IT WT25IT
System code B26 Grade selection B24 Technical info B463 Cutting data B224
o

B100



racemiling INdexable milling

RDKW 1.C S d
© Ideal machining conditions 12 04 12 4.76 4.4
€3 Normal machining conditions 16 05 16 5.56 5.5
Milling inserts €%  Unfavourable machining conditions 2006 | 20 | 635 | 65
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBR 6 Shhee OO0 O
M| DRODBE SHHek OO0 O
a K B O SO Ex]
© wad
N &b PR
iar‘ b AR EEELUL
H
Ne= = DT NAN—N oW NNANNN = E
1SO LRLRAYIAANLRSSIRIR 22 |2 |58
VUU=2=220000Da00YOLVUYYY ) = A
[Sa e R ea e N a s W aa i aa ) o' R o'a M a'a Wifa'a i a'a Qi a'a Wi a'a Wi o'a R a'a R I~ P [ala)
S>E>>>5>>>>>>>>>>>>> |5 |>>
RDKW1204MO ° o o oo o0 o0 o
0 RDKW1605MO o ® 0O
o RDKW2006MO o ° o
RDKW2006MO-3 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Face milling

Face milling

o &P P

A

Turning

o))
£
E Dimensions [mm] Inserts
Article sie | Stock Teeth
R @D od L Bp max &
FMR04-042-A16-RD1003-06 ° 5 42 16 44 5 6
FMRO04-042-A16-RD1003-06C S o 5 42 16 44 5 6
RDKW1003
C FMR04-052-A22-RD1003-07 ° 5 52 22 50 5 7
FMR04-052-A22-RD1003-07C 5k o 5 52 22 50 5 7
FMR04-042-A16-RD12T3-05 ° 6 42 16 42 6 5
FMR04-042-A16-RD12T3-05C sk o 6 42 16 42 6 5
o FMR04-052-A22-RD12T3-05 ° 6 52 22 50 6 5
é FMR04-052-A22-RD12T3-05C b o 6 52 22 50 6 5
= RDKW12T3
a FMR04-066-A27-RD12T3-06 ° 6 66 27 50 6 6
FMR04-066-A27-RD12T3-06C sk o 6 66 27 50 6 6
FMR04-080-A27-RD12T3-07 ° 6 80 27 50 6 7
FMR04-080-A27-RD12T3-07C b o 6 80 27 50 6 7
FMR04-052-A22-RD1604-04 ° 8 52 22 50 8 4
D FMR04-052-A22-RD1604-04C sk o 8 52 22 50 8 4
FMR04-066-A27-RD1604-05 ° 8 66 27 50 8 5
FMR04-066-A27-RD1604-05C b o 8 66 27 50 8 5
= FMR04-080-A27-RD1604-06 ° 8 80 27 52 8 6
RE FMR04-080-A27-RD1604-06C % o 8 80 27 52 8 6 RDKW1604
= ©
_E £ FMR04-100-B32-RD1604-07 ° 8 100 32 52 8 7
(U] S
ﬂ "g FMRO04-100-B32-RD1604-07C b o 8 100 32 52 8 7
- FMRO04-125-B40-RD1604-08 ° 8 125 40 52 8 8
FMR04-160-B40-RD1604-09 ° 8 160 40 52 8 9
FMRO04-160-B40-RD1604-09C x® o 8 160 40 52 8 9
® Ex stock 0 On demand
E * With internal cooling
X
[}
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling

Face milling
Spare parts
Insert RDKW1003 RDKW12T3 RDKW12T3 RDKW1604 RDKW1604
@D 42-52 42 52-80 52 66-160
(1) Clamp WX16N
f Y Clamp LOM3.5%7.1
W | screw (clamp) I60M4.5%10
P (5.0 Nm)
v Screw (insert) 160M3.5%7.7 160M3.5%7.7 160M3.5%7.7 160M4.5*10 160M4.5*10
(2.7 Nm) (2.7Nm) (2.7 Nm) (5.0 Nm) (5.0 Nm)
% Wrench (clamp) WT15P
)~ Wrench (clamp) WT20T
9 | Wrench (insert) WT15P WT15P WT15P
/X Wrench (insert) WT20T WT20T
RDKW 1.C S d
© Ideal machining conditions 10 03 10 3.18 3.9
€3 Normal machining conditions 1273 12 3.97 3.9
Milling inserts €%  Unfavourable machining conditions 16 04 16 4.76 5.2
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SOHOSBE S SHHBeE OO0 O
M| DBHRHDBSH ShHese: OO0 O
a K s O 2 1Q) &
© ad
N o SEEC
M b J © & | cese
H
Ne—= =M= = NNl -L—)
1SO 22288 ALeeaR]sRL2yR 2 |55
JO0U==20000QVVLVLYULVLY U =&
[ e N e R a R a ) e B ra fia'a B 'a Wifaa WY w'a i aa B e e R b= =z an
S>E>>>5>>>>>>>>>>>>> |5 |>>
RDKW1003MO-1 o0 e 00
RDKW1003MO-2 °
RDKW1003MO-3 ° s
RDKW12T3MO-1 o0 L)
o RDKW12T3MO-2 ° o
N RDKW12T3MO-3 ° °
RDKW1604MO-1 ° L) °
RDKW1604MO-2
RDKW1604MO-3 o o ° ° o ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Square shoulder milling

Square shoulder milling

ap
/ i o
\&‘ - L1
¥ ai L
Straight shank
Dimensions [mm] Inserts
i D3
Article sz | Stock o0 o . ) - Teeth g

EMP01-012-G12-AP07-02C x ° 12 12 25 75 6.4 2 0.31
EMP01-014-G16-AP07-03C S ° 14 16 25 85 6.4 3 0.61 APKT0702
EMP01-016-G16-AP07-04C x [ 16 16 30 90 6.4 4 0.75
EMP01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMP01-016-G16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMPO01-016-G16-AP11-02C x® o 16 16 25 920 10.5 2 0.1
EMP01-020-G20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-02C x [ 20 20 30 100 10.5 2 0.2
EMP01-020-G20-AP11-03 o 20 20 30 100 10.5 3 0.2
EMP01-020-G20-AP11-03C x® ° 20 20 30 100 10.5 3 0.2 APKT11T3
EMP01-025-G25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C x o 25 25 35 115 10.5 3 0.4
EMPO01-025-G25-AP11-04 ° 25 25 35 115 10.5 4 0.4
EMPO01-025-G25-AP11-04C x® ° 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 [ 32 32 40 125 10.5 4 0.7
EMP01-025-G25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMP01-025-G25-AP16-02C % ° 25 25 35 115 15.5 2 0.4
EMP01-032-G32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMP01-032-G32-AP16-03C S [ 32 32 40 125 15.5 3 0.7
EMP01-040-G32-AP16-03 ° 40 32 42 130 15.5 3 0.7
EMPO01-040-G32-AP16-03C % ° 40 32 42 130 15.5 3 0.7 APKTTE04
EMP01-040-G32-AP16-04 ° 40 32 42 130 15.5 4 0.8
EMP01-040-G32-AP16-04C S o 40 32 42 130 15.5 4 0.8
EMP01-050-G32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 1.4

® Ex stock o On demand
*< With internal cooling

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

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw (insert) 160M1,8x4 160M4*8.4
(0.3 Nm) (3.4 Nm)
¥ | screw insert I60M2.5%6.5T \
(1.0 Nm) 8\
: %ﬂ \
9 | Wrench (insert) WTO5IP WTO08IP —
/’ Wrench (insert) WT15S
APKT L S
O Ideal machining conditions 0702 | 426 | 238 2
€ Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €8 Unfavourable machining conditions 16 04 | 17.877 | 5.76 4.4
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P BB BDBH & ShHhwe OO0 O
r
: = M| DHHDBSE Shhee OO0 O
w| fo () o K o8 O B0 &
N s N & OB
H
M — — ~N =
%) rlw 288880528888 b |55
JO0U=S=20000Q000uuuyu U =«
[oa e R e R e e R e i e e | aa Biaa WY a'a JiYaa MY a'a W o'a WY a'a WY o'a MY 'a =g = [alya)
S>E>>>>>>>>>>>>>>>5 |5 |55
APKT11T304-ALH 04 | 6.5 ° o0
APKT11T308-ALH 08 | 6.5 ° oo
[
APKT160408-ALH 0.8 {9.33 ° (B
APKT11T304-APF 04 | 6.5 °
_ APKT11T308-APF 0.8 | 6.5 °
.y
APKT160408-APF 0.8 19.33 ° o o
APKT070204-APM 04 [6.91 ° °
APKT11T304-APM 04 | 6.5 () ° °
APKT11T308-APM 08 | 6.5 ) ° °
APKT11T312-APM 1.2 | 65 () ) °
APKT11T316-APM 16 | 6.5 ° ° °
@&V | ApkT117T320-APM 2 |65 . . .
APKT160408-APM 0.8 {9.33 ) L) °
APKT160416-APM 1.6 [9.33 () ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5
& APKT11T308-LH 08 | 65 o
APKT160408-LH 0.8 {9.33 (N ]
® 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 Square shoulder milling

APKT L S d
© Ideal machining conditions 07 02 4.26 2.38 2
&5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $%  Unfavourable machining conditions 1604 |17.877 | 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBR O SLhes OO0 O
r
; = M| DRODBEE SHHese OO0 O
w| oD f o K 8% © 80 @
: 1171 N & D83
88° L S %ﬁé %‘% 0696969
H
N-—-—QEENN-—NOmNNNNNE E
ISO r WIS Racaon g2 dRRNa28= |= |55
VUU=2=220000aa000Y0LVYYY 9 = N
[ea e R e R e R el el sa laa ) ea W ea i a'a Wie'a Wifa'a Rifa'a Mia'a Wi a'a R a'a ) = Z [ala)
S>E>>>>>>>>>>>>>>>> |5 |>>
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 0.8 | 6.5 o) o °
@ | APKT11T312-PF 1.2 | 65 o
Wmmw | APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 [9.33 ) o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |e @ O o0 ¢} ° °
APKT11T308-PM 08 |65 |0 @ oo 00 ° oo °
@ APKT11T312-PM 1.2 | 65 o o ° o
W | APKT11T316-PM 16 | 65 ° o e o
APKT160408-PM 08 |933|/e @ @ @ @ @ o ° oo °
APKT160416-PM 16 |933|0 °
APKT11T304-PR 04 | 6.5 o o o
&" APKT11T316-PR 16 | 65 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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Square shoulder milling Indexable mi"ing

Square shoulder milling

-»ap
@D|f=c—-F-——————- —{]E[)— —-1 |ed
L1
L
Weldon shank
Dimensions [mm] Inserts
i s

Article sz | Stock o0 o . ) . Teeth Q
EMP01-020-XP20-AP07-05C £ ° 20 20 30 100 6.4 5 0.31
EMP01-025-XP25-AP07-07C S ° 25 25 35 115 6.4 7 0.61 APKTO702
EMPO01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-XP16-AP11-01C b o 12 16 25 85 10.5 1 0.1
EMPO01-016-XP16-AP11-02 ° 16 16 25 920 10.5 2 0.1
EMPO01-016-XP16-AP11-02C S o 16 16 25 920 10.5 2 0.1
EMP01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMP01-020-XP20-AP11-02C £ o 20 20 30 100 10.5 2 0.2
EMPO01-020-XP20-AP11-03 ° 20 20 30 100 10.5 3 0.2
EMPO01-020-XP20-AP11-03C £ ° 20 20 30 100 10.5 3 0.2 APKTITTS
EMP01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-XP25-AP11-03C x ° 25 25 35 115 10.5 3 0.4
EMPO01-025-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
EMP01-032-XP32-AP11-04C £ o 32 32 40 125 10.5 4 0.7
EMPO01-025-XP25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMPO01-025-XP25-AP16-02C £ (¢} 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 x o 32 32 40 125 15.5 3 0.7
EMP01-040-XP32-AP16-04 ° 40 32 42 130 15.5 4 0.8 APKT1604
EMPO01-040-XP32-AP16-04C x o 40 32 42 130 15.5 4 0.8
EMP01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-063-XP32-AP16-06 o 63 32 45 135 15.5 6 14

® Ex stock 0 On demand
* With internal cooling

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

Spare parts

Insert APKT0702 APKT11T3 APKT1604
@D 12-25 12-32 25-63
v Screw (insert) 160M1,8x4 160M4*8.4
(0.3 Nm) (3.4 Nm)
v Screw (insert) 16OM2.5°6.5T . \
(1.0Nm) 7 %’
9 | Wrench (insert) WTO05IP WTO8IP é)/“
/’ Wrench (insert) WT15S
APKT L S d
O  Ideal machining conditions 0702 | 426 | 238 2
€ 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 3HBs3GDk & SHhHhese OO0 O
r
: p—— M| DHEHDBE ShheeE OO0 O
w| oD o K o8 O B0 £
; s N & DB
88" L S s B OBBB
H
3] oo o~ N AN NN NN =
N — — — e — — —
1SO r w2238 880RSSe R8s seLRY |2 |55
VUU==220000a0000LVYUYY &) = N
[oa e R e e R e R e i e e | o Biaa WY a'a BiYaa JiYa'a WY a'a WY a'a B o'a Ny 'a g = [alya)
SES>S>S>>S>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 | 6.5 ° L)
APKT11T308-ALH 0.8 | 6.5 ° o0
[
APKT160408-ALH 0.8 [9.33 ° L)
APKT11T304-APF 04 | 6.5 °
&N | ApkT11T308-APF 08 | 65 .
=y
APKT160408-APF 0.8 19.33 ° o o
APKT070204-APM 04 |6.91 ° °
APKT11T304-APM 04 | 6.5 () ° °
APKT11T308-APM 08 | 6.5 ° ° )
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 ° ° °
@& | APkT117T320-APM 2 |65 . . .
APKT160408-APM 0.8 |9.33 [ L) °
APKT160416-APM 1.6 [9.33 ° [ )
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5
D N
s APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224

B10s



Square shoulder milling Indexable milllng

Turning

Milling

N

Drilling

APKT L S
© Ideal machining conditions 07 02 4.26 2.38 2
€5 Normal machining conditions 11 T3 | 1224 | 36 238
Milling inserts $%  Unfavourable machining conditions 1604 |17.877 | 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P B3B3 55B8% & SHhBee OO0 O
r
; p— M| DRODBE SHHeEk: OO0 O
w| o) fl e K 88 O B0 -
: e N & S
8 L S & & OB
H
N-—.—Q;;NN‘—NOmNNNNN; E
ISO r WIS RRaam2Q22J38Ra8R3248 = |= |88
VUU=2=22000V0a00YuvuYYvYv 9 = N
[a e R e R e R e R el a jaa ) oa Wi ea M s Wie'a Mifa'a Rl a'a Mifa'a Wi o'a R a'a ) = b4 [ala)
S>E>>>>>>>>>>>>>>>> |5 |[>>
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 0.8 | 6.5 o () )
@ | APKT11T312-PF 1.2 | 65 o
| APKT11T316-PF 1.6 | 6.5 o
APKT160408-PF 0.8 [9.33 () o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 e @ O o0 o [ °
APKT11T308-PM 08 |65 |e@ oo 000 ° o o °
@ APKT11T312-PM 1.2 | 65 o ) ° o
W | APKT11T316-PM 16 | 65 ° o e o
APKT160408-PM 08 |933/e @ @ @ 0 0 0 o ° oo °
APKT160416-PM 16 |933|0 [
APKT11T304-PR 04 | 6.5 o o o
&" APKT11T316-PR 16 | 65 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 Square shoulder milling

Square shoulder milling

» 4

A

Turning

<

3

e — oed ]
i Z
' - ' @D
»o— av
| ===l

B ) Sl
< I
ad ‘
C
g
E Dimensions [mm] Inserts
Article sz | Stock Teeth Couplin
' oD | od L | apma P g
EMP02-032-A16-AP07-08C x ° 32 16 35 6.4 8 A 34
EMP02-040-A16-AP07-10C S ° 40 16 40 6.4 10 A 40 APKT0702
C EMP02-050-A22-AP07-12C b (] 50 22 40 6.4 12 A 0.6
EMP02-040-A16-AP11-04C £ [] 40 16 40 1" 4 A 0.237
EMP02-040-A16-AP11-05C x® (] 40 16 40 11 5 A 0.177
EMP02-040-A16-AP11-06C B S [ 40 16 40 " 6 A 0.234
= EMP02-050-A22-AP11-06 ° 50 22 40 " 6 A 0.3
é EMP02-050-A22-AP11-06C £ (] 50 22 40 " 6 A 0.3
E EMP02-050-A22-AP11-07C x® o 50 22 40 11 7 A 0.39
EMP02-063-A22-AP11-08 B o 63 22 40 " 8 A 0.6
EMP02-063-A22-AP11-08C x ° 63 22 40 1 8 A 0.6 APKT11T3
EMP02-063-A22-AP11-09C b ° 63 22 40 " 9 A 0.54
EMP02-080-A27-AP11-08 o 80 27 50 11 8 A 1.2
D EMP02-080-A27-AP11-08C £ ° 80 27 50 " 8 A 1.2
EMP02-080-A27-AP11-10C b ° 80 27 50 1 10 A 1.13
EMP02-100-B32-AP11-10 ° 100 32 50 11 10 B 1.7
= EMP02-100-B32-AP11-10C x ] 100 32 50 1 10 B 1.7
E _8 EMP02-125-B40-AP11-10 o 125 40 63 1 10 B 342
E E EMP02-040-A16-AP16-03 o 40 16 40 15.5 3 A 0.17
E :g EMP02-040-A16-AP16-04C B S ° 40 16 40 15.5 4 A 0.17
- EMP02-050-A22-AP16-05 ° 50 22 40 15.5 5 A 0.3
EMP02-050-A22-AP16-05C £ o 50 22 40 15.5 5 A 0.3
EMP02-063-A22-AP16-06 ° 63 22 40 15.5 6 A 0.5
APKT1604
EMP02-063-A22-AP16-06C b ° 63 22 40 15.5 6 A 0.5
E EMP02-080-A27-AP16-06C B x ] 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 15.5 7 A 1.1
EMP02-080-A27-AP16-07C *® ° 80 27 50 15.5 7 A 1.1
EMP02-100-B32-AP16-08 B e 100 32 5 155 8 B 16
é ® Ex stock 0 Ondemand
= * With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi"ing

Dimensions [mm]

Inserts

Article sz | Stock Teeth Coupling
| o o L | g b i
EMP02-100-B32-AP16-08C S [ 100 32 50 15.5 8 B 1.6
EMP02-125-B40-AP16-06C S o 125 40 63 15.5 6 B 3.18
EMP02-125-B40-AP16-10 o 125 40 63 15.5 10 B 3.2
EMP02-125-B40-AP16-10C sk o 125 40 63 15.5 10 B 3.2
EMP02-160-B40-AP16-07C £ o 160 40 63 15.5 7 B 43 APKT1604
EMP02-160-B40-AP16-10 o 160 40 63 15.5 10 B 6.3
EMP02-160-B40-AP16-10C x® o 160 40 63 15.5 10 B 6.3
EMP02-200-C60-AP16-12 ¢} 200 60 63 15.5 12 C 8.1
EMP02-250-C60-AP16-12 o 250 60 63 15.5 12 C 11.2
® Ex stock o On demand
* With internal cooling
Spare parts
Insert APKT0702 APKT11T3 APKT1604
@D 32-50 40-125 40-250
w Screw (insert) 160M1,8x4 160M4*10
(0.3 Nm) (3.4 Nm)
. 160M2.5*6.5T
w Screw (insert) (1.0Nm)
/ Wrench (insert) WTO5IP
A | Wrench (insert) WT08IS WT15IS
APKT L S d
O  Ideal machining conditions 07 02 | 426 | 238 2
€3 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts €8 Unfavourable machining conditions 16 04 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P ODHDBBH O SODHEHE OO O
r
; [p—— M| SBODEB SODBEE OO0 O
w| ) o K o8 O 80 &
; s N & o %
H
N—n—mE;NNv—NQLﬂNNNNN; E
1SO r WIS RRaam2Q2238883248 =2 |2 |s8
VUU=2=22000000000u0uvuu 9 = N
[oa e e R e e R wa W va e | aa Wi a'a WY a'a B o'a Ny 'a W o'a WY o'a WY o'a WY 'a =4 =z [alya)
S>>>>>>>>>>>>>>>>> |5 |>>
APKT11T304-ALH 04 | 6.5 ° e o
T@ | APKT11T308-ALH 08 | 65 . oo
[ —
APKT160408-ALH 0.8 {9.33 ° o0
® 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 Square shoulder milling

APKT L S d
© Ideal machining conditions 07 02 4.26 2.38 2
&5 Normal machining conditions 11 T3 | 1224 | 36 2.8
Milling inserts $%  Unfavourable machining conditions 1604 |17.877 | 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |ODBHBHBE S SOBHEE OO O
; = M| S35 BHBRE OO O
owl b _ ....... R K 88 O 60 @
: 1171 N & D83
88° L S %ﬁé %‘% O 69 69 69
H
Ne—— M NN N E
50 FWISBSEda NEEREEEEREE B 25
LLLLLLLRLLLLLLRRRE £ 29
APKT11T304-APF 04 | 6.5 °
f. APKT11T308-APF 0.8 | 6.5 °
—
APKT160408-APF 0.8 19.33 ° o o
APKT070204-APM 04 691 °
APKT11T304-APM 04 | 6.5 ° ° °
APKT11T308-APM 0.8 | 6.5 ° ° °
APKT11T312-APM 1.2 | 65 [} ° °
APKT11T316-APM 16 | 65 ° ° °
E APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 |9.33 ° [} °
APKT160416-APM 1.6 1933 ° ° °
APKT160420-APM 2 ]933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5
@ APKT11T308-LH 08 | 65
APKT160408-LH 0.8 |9.33
APKT11T304-PF 04 | 6.5 o ° ° °
APKT11T308-PF 0.8 | 6.5 o ¢} °
@ APKT11T312-PF 12 | 65 o
APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 |9.33 ° o e ° °
APKT160430-PF 3 |933|0
APKT11T304-PM 04 |65 |e @ O [} o ° °
APKT11T308-PM 08 | 65 |e e 0o 000 ° o e °
@ APKT11T312-PM 1.2 | 65 o ¢} ° o
APKT11T316-PM 1.6 | 6.5 ° [¢) ° o
APKT160408-PM 08 |933|@e @ @ @ @ @ 0 o ° oo °
APKT160416-PM 1.6 [933|0 °
APKT11T304-PR 04 | 6.5 o o o
&" APKT11T316-PR 16 | 65 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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Square shoulder milling Indexable mi"ing

Square shoulder milling

(-
Ny
P

Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling |No. of inserts )
' oD | e | od | L L)
—_—
EMP03-050-A22-AP11-04 ° 50 39 22 58 4 A 16 0.5
EMP03-050-A22-AP11-04C S o 50 39 22 58 4 A 16 0.5
EMP03-063-A27-AP11-04 ° 63 39 27 58 4 A 16 0.9
EMP03-063-A27-AP11-04C sk o 63 39 27 58 4 A 16 0.9
APKT11T3
EMP03-080-B32-AP11-05 ° 80 39 32 63 5 B 20 1.3
EMP03-080-B32-AP11-05C Kk 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 ES o 100 39 40 63 6 B 24 2
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3
@D 50-100
. 160M2.5*6.5T
v Screw (insert) (1.0Nm)
/’ Wrench (insert) WTO08IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Square shoulder milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 35350k & DHHBE OO O
r
; pi— M| BERHBDBER SoHsE OO0 O
W ) e K 8% O 80 %
; " N & B
88 L S % B OBBG
H
NFFmEENN—NomNNNNNE E
ISO r WL adam 2l 223878828 = |= |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 > > >
APKT11T304-ALH 04 |6.5 ° L)
& APKT11T308-ALH 0.8 |6.5 ° L)
APKT11T304-APF 04 6.5 °
E&N | ArkT11T308-APF 08 |65 .
.
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 |6.5 ° ° )
@& | ApKT11T312-APM 12 |65 . . .
APKT11T316-APM 1.6 [6.5 ° ° °
APKT11T320-APM 2 6.5 ° ° °
APKT11T304-LH 04 |6.5 )
D N
3 APKT11T308-LH 0.8 (6.5
APKT11T304-PF 04 |6.5 o ° ° ° °
) APKT11T308-PF 0.8 | 6.5 o °
| APKT11T312-PF 12 6.5 o
APKT11T316-PF 16 |6.5 o
APKT11T304-PM 04 |65 e @ O L) () ° °
@ APKT11T308-PM 08 |65/ e @ oo 000 ° oo °
W | APKT11T312-PM 12 |65 o o e o
APKT11T316-PM 16 6.5 ° o ° o
APKT11T304-PR 04 |6.5 o o o
&’ APKT11T316-PR 16 |65 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi"ing

Square shoulder milling

«| B
e e
g™ X
e 9% L
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | No. of inserts 1
' @D e od L, L @) |
—_—_—
EMP04-020-XP20-AP11-01 ° 20 29.4 20 45 120 1 3 0.3
EMP04-025-XP25-AP11-02 ° 25 389 25 55 130 2 8 0.4
APKT11T3
EMP04-032-XP32-AP11-02 ° 32 48.5 32 65 140 2 10 0.7
EMP04-040-XP40-AP11-02 ° 40 58 40 75 150 2 14 1.3
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert APKT11T3
@D 20-40
: 160M2.5%6.5T
v Screw (insert) (1.0Nm)
/’ Wrench (insert) WTO8IS
Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Square shoulder milling

O Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 12.24 3.6 2.8
MiIIing inserts €% Unfavourable machining conditions
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P 35350k & DHHBE OO O
r
; pi— M| BERHBDBER SoHsE OO0 O
W ) e K 8% O 80 %
; " N & B
88 L S % B OBBG
H
NFFmEENN—NomNNNNNE E
ISO r WL adam 2l 223878828 = |= |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 > > >
APKT11T304-ALH 04 |6.5 ° L)
& APKT11T308-ALH 0.8 |6.5 ° L)
APKT11T304-APF 04 6.5 °
E&N | ArkT11T308-APF 08 |65 .
.
APKT11T304-APM 04 |6.5 ° ° °
APKT11T308-APM 0.8 |6.5 ° ° )
@& | ApKT11T312-APM 12 |65 . . .
APKT11T316-APM 1.6 [6.5 ° ° °
APKT11T320-APM 2 6.5 ° ° °
APKT11T304-LH 04 |6.5 )
D N
3 APKT11T308-LH 0.8 (6.5
APKT11T304-PF 04 |6.5 o ° ° ° °
) APKT11T308-PF 0.8 | 6.5 o °
| APKT11T312-PF 12 6.5 o
APKT11T316-PF 16 |6.5 o
APKT11T304-PM 04 |65 e @ O L) () ° °
@ APKT11T308-PM 08 |65/ e @ oo 000 ° oo °
W | APKT11T312-PM 12 |65 o o e o
APKT11T316-PM 16 6.5 ° o ° o
APKT11T304-PR 04 |6.5 o o o
&’ APKT11T316-PR 16 |65 o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection Technical info B463 Cutting data B224
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Square shoulder milling Indexable mi"ing

Square shoulder milling

/ @D S~ — I |ed
[)

gs L
Weldon shank
Dimensions [mm] Inserts
Article sie | Stock Teeth =
@D e od L, L g&
EMP05-025-XP25 o 25 20 25 40 130 3 0.5
; APMT1135
EMP05-025-XP25C =K ° 25 20 25 40 130 3 0.5
EMP05-032-XP32C 5k o 32 30 32 50 140 3 0.8
APMT1604
EMP05-040-XP32C sk o 40 40 32 60 150 4 1
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert APMT1135 APMT1604
@D 25 32-40
. 160M4*10 P
v Screw (insert) P
(3.4Nm) /
.
-
¥ _~
v Screw (insert) 160M2.5%6.5T 3 < ~ >
(10Nm) L e
>
< | Wrench (insert) WTO8IP WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Square shoulder milling

O Ideal machining conditions APMT L S d
€3 Normal machining conditions 1135 | 11.25 3.5 2.8
Milling inserts $%  Unfavourable machining conditions 1604 | 17.25 | 476 | 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 35350k & DHHBE OO O
“/\fg M| SBO0D oBo%e 00 |0
LW K By O @) o
' N o) B
S CCIE X OBHEHB
I
H
N DA HRNN=-No WA NN N T -E
ISO riwilRedde 222 dRNm2lE | |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 |5 |[>>
APMT1135PDR 0.8 | 6.2 o ® O o
L 63 | APMT160408PDER 0.8 925 o eo0 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
<
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