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.
Positive, smooth cutting geometry for reduced cutting forces.

B Polished, high-precision geometry for aluminum alloys, steel
and cast iron.

Insert grades
YBC302 MBiV253 NB9320 WMBG205
cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30

M10-M30 M20-M30 M20-M30

YBD152 YBD252 YD101

CcvD CvD
K05-K25 K15-K35 NO5-N25

Chip breakers

-GM -LH

A
20

15

109

Chip breaker -LH for aluminium
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Indexable mllling Square shoulder milling

Square shoulder milling

ap | ap

A

Turning

C
g
= Dimensions [mm] Inserts
= Article s | Stock . Teeth | Coupling |
od L Ap max !
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
C EMP13-063-A22-AN11-06 £ o 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07 ° 63 22 40 1.2 7 A 0.49
EMP13-080-A27-AN11-07 x o 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-09 ° 80 27 50 11.2 9 A 1.18 ANGX1105
o EMP13-100-B32-AN11-12 ° 100 32 50 11.2 12 B 1.46
é EMP13-100-B32-AN11-12C b o 100 32 50 11.2 12 B 1.46
g EMP13-125-B40-AN11-14 ° 125 40 63 11.2 14 B 292
EMP13-125-B40-AN11-14C £ 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
D EMP13-080-A27-AN15-06 ° 80 27 50 14.5 6 A 1.23
EMP13-100-B32-AN15-08 ° 100 32 50 14.5 8 B 1.52
EMP13-100-B32-AN15-08C 3 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
E é EMP13-125-B40-AN15-10C £ o 125 40 63 14.5 10 B 3.05
E g EMP13-160-C40-AN15-12 [} 160 40 63 14.5 12 C 4.46
E :2 EMP13-200-C60-AN15-16 o 200 60 63 14.5 16 C 6.26
- ® Ex stock o On demand
* With internal cooling
E
o
=
System code B26 Grade selection B24 Technical info B463 Cutting data B224

<
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Square shoulder milling Indexable milllng

Spare parts

Insert ANGX1105 ANGX1506

@D 40-160 50-200

¥ | screw (insert) I60M3*9 160M4*12
(1.8 Nm) (3.4Nm)

| Wrench (insert) WT09IS WT15IS

O Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 5.7 35
MiIIing inserts €% Unfavourable machining conditions 1506 | 1543 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P BB BDBH & SHhHhme OO0 O
M| DBHHDBSE ShheeE OO0 O
od] | K H O HO &
N S SEEC
S CEI OBHBHB
H
(sn) oo o~ N NN NN =
N — — - 5= — — —
IS0 wWir|2238880B882RgSrg9gL v |53
VUU=S=220000a0V0U00VYYLY 1O |=Aq
[oa e R e e e R wa i e e | e Biea WY a'a JiYaa MY a'a W a'a WY a'a WY e'a N 'a § (=t = [alya)
S>E>>>>>>>>>>>>>>>5 |5 |[>
ANGX110504PNR-GM 84 |04 (] ° o0
ANGX110508PNR-GM 84 |08 |e ° ° 0
) |
g ANGX150608PNR-GM 1 |08]o . oo oo
ANGX150616PNR-GM 11 (1.6 () ° °
ANGX150620PNR-GM 11 2 L) °
. ANGX110504PNR-LH 84 |04 °
o
N ANGX150608PNR-LH 1 |08 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 Square shoulder milling

Square shoulder milling

O
al . [ \ o
8 v J S
L,
L
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth —
' @0 | od L, L | apme
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 © On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3*9 160M4%12
(1.8Nm) (3.4Nm)
| Wrench (insert WT09IS WT1slS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
N
B128 v



Square shoulder milling Indexable milllng

© Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P 3535 DBH S ShBee 00 O
M| ©OHOOHE SHHeeE OO0 O
od] | K B8 O SO R
N &0 D
S CEIK OBHBB
H
N-—.—QEENN-—NOLANNNNN-— E
ISO Wi lrl2gddmogeceggRlaleql |2 |ss
VUU=2=220000a0000VYYvY ) = 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 |[>>
ANGX110504PNR-GM 84 |04 ° ) LI
ANGX110508PNR-GM 84 |08|e () ° o0
ﬂ ANGX150608PNR-GM 1 |o8lo . oo oo
ANGX150616PNR-GM 1 (1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
o
A(,\‘ ANGX150608PNR-LH 11 0.8
® 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

Square shoulder milling

'»Eﬂ
¢

f

{ B |
: ‘ o
' 8 - 3
[
‘ L
| Straight shank
Dimensions [mm] Inserts
Article sl | Stock Teeth =
' @D e od L, L | 2 |
EMP13-025-G25-AN11-02 ° 25 11.2 25 32 100 11.2 2 0.31
EMP13-032-G32-AN11-03 ° 32 11.2 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04 ° 40 11.2 32 40 125 11.2 4 0.75
EMP13-032-G32-AN15-02 ° 32 145 32 40 125 14.5 2 0.66
ANGX1506
EMP13-040-G32-AN15-03 ° 40 14.5 32 40 125 14.5 3 0.76
® Ex stock © On demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
@D 25-40 25-40
v Screw (insert) 160M3*9 160M4*12
(1.8Nm) (3.4Nm)
A | Wrench (insert) WT09IS WT15IS ‘
B24 Technical info B463 Cutting data B224

System code

B130

B26

Grade selection



Square shoulder milling Indexable milllng

© Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P 3535 DBH S ShBee 00 O
M| ©OHOOHE SHHeeE OO0 O
od] | K B8 O SO R
N &0 D
S CEIK OBHBB
H
N-—.—QEENN-—NOLANNNNN-— E
ISO Wi lrl2gddmogeceggRlaleql |2 |ss
VUU=2=220000a0000VYYvY ) = 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 |[>>
ANGX110504PNR-GM 84 |04 ° ) LI
ANGX110508PNR-GM 84 |08|e () ° o0
ﬂ ANGX150608PNR-GM 1 |o8lo . oo oo
ANGX150616PNR-GM 1 (1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
o
A(,\‘ ANGX150608PNR-LH 11 0.8
® 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

Square shoulder milling

od

Dimensions [mm]

Inserts

Article sz | Stock Teeth | No.of inserts
‘ @0 | e | od | L
EMP13-050x43-A22-AN11-03 ° 50 43 22 60 3 12 0.52
ANGX1105
EMP13-063x64-A27-AN11-04 o 63 64 27 80 4 24 1.15
EMP13-063x53-A27-AN15-03 o 63 53 27 75 3 12 1.14
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
oD 50-63 63-80
v Screw (insert) 160M3*9 160M4*12
(1.8Nm) (3.4Nm)
| Wrench (insert) WT09IS WT15IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Square shoulder milling Indexable milllng

© Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P 3535 DBH S ShBee 00 O
M| ©OHOOHE SHHeeE OO0 O
od] | K B8 O SO R
N &0 D
S CEIK OBHBB
H
N-—.—QEENN-—NOLANNNNN-— E
ISO Wi lrl2gddmogeceggRlaleql |2 |ss
VUU=2=220000a0000VYYvY ) = 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 |[>>
ANGX110504PNR-GM 84 |04 ° ) LI
ANGX110508PNR-GM 84 |08|e () ° o0
ﬂ ANGX150608PNR-GM 1 |o8lo . oo oo
ANGX150616PNR-GM 1 (1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
o
A(,\‘ ANGX150608PNR-LH 11 0.8
® 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

Square shoulder milling

@D

[
J

—
]

od

L

Weldon shank

Dimensions [mm] Inserts
Article sz | Stock Teeth | No. of inserts ——y
@D e od L, L Gt
EMP13-032x43-XP32-AN11-02 o 32 43 32 48 115 2 0.61
ANGX1105
EMP13-040x43-XP32-AN11-03 o 40 43 32 55 125 3 12 0.79
EMP13-040x40-XP32-AN15-02 o 40 40 32 55 115 2 6 0.79
ANGX1506
EMP13-050x53-XP40-AN15-02 [} 50 53 40 70 145 2 1.53
® Ex stock 0 On demand
** With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 32-40 40-50
v Screw (insert) 160M3*9 160M4%12
(1.8Nm) (3.4Nm)
& | Wrench (insert) WT09IS WT15IS
B26 Grade selection B24 Technical info B463 Cutting data B224

System code

B134



Square shoulder milling Indexable milllng

© Ideal machining conditions ANGX L S d
€3 Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts §%  Unfavourable machining conditions 1506 | 1543 | 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P 3535 DBH S ShBee 00 O
M| ©OHOOHE SHHeeE OO0 O
od] | K B8 O SO R
N &0 D
S CEIK OBHBB
H
N-—.—QEENN-—NOLANNNNN-— E
ISO Wi lrl2gddmogeceggRlaleql |2 |ss
VUU=2=220000a0000VYYvY ) = 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 |[>>
ANGX110504PNR-GM 84 |04 ° ) LI
ANGX110508PNR-GM 84 |08|e () ° o0
ﬂ ANGX150608PNR-GM 1 |o8lo . oo oo
ANGX150616PNR-GM 1 (1.6 ° ° °
ANGX150620PNR-GM 1M |2 o0 °
. ANGX110504PNR-LH 84 |04 °
o
A(,\‘ ANGX150608PNR-LH 11 0.8
® 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 Profile milling

Profile milling

BMRO1 0 O &

Turning

Milling

N

Drilling

O
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Information

Index

ad

Weldon shank
Dimensions [mm] Teeth
Article sk | Stock
' R | oD | e | od | L L | ZDET | SPMT
BMRO01-020-XP20-S o 10 20 20 20 50 125 2 2 0.3
ZDET08T2 &
BMR01-020-XP20-M o 10 20 20 20 75 150 2 2 0.3 SPMT0603
BMR01-020-XP20-L ¢} 10 20 20 20 100 200 2 2 0.4
BMR01-025-XP25-S o 12.5 25 23 25 70 150 2 2 0.5
ZDET1103 &
BMRO01-025-XP25-M o 12.5 25 23 25 95 175 2 2 06 _____ SPMT0603
BMRO01-025-XP25-L o 12,5 25 23 25 100 200 2 2 0.7
BMRO01-032-XP32-S o 16 32 31 32 85 175 2 2 0.9
ZDET13T2 &
BMR01-032-XP32-M o 16 32 31 32 100 200 2 2 11 ______ SDMT0903
BMRO01-032-XP32-L o 16 32 31 32 150 250 2 2 1.4
BMRO01-040-XP40-S o 20 40 41 40 85 175 3 2 1.4
BMRO01-040-XP40-M o 20 40 Zal 40 100 200 3 2 1.7
BMR01-040-XP40-L o 20 40 41 40 150 250 3 2 2.1
"""""" ZPNT2204 &
BMRO01-050-XP40-S o 25 50 45 40 100 200 3 2 18 _____ 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
BMR01-063-XP40-M ¢} 315 63 52 40 100 300 4 2 35
® Ex stock 0 On demand
* With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
“
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profile miling  INd@xable milling

Spare parts

Insert ZDETO08T2 & ZDET1103 & ZDET13T2 & ZPNT2204 &
SPMT0603 SPMT0603 SDMT0903 SPMT1204
@D 20 25 32 40-63
w Screw (insert) 143M2.5*5.7 143M2.5*5.7 143M4*8 143M5*11
(1.0 Nm) (1.0 Nm) (34 Nm) (6.7 Nm) /ﬁT
& |Wrench (insert) | WTO7IP WTO7IP A ; [ =N
‘\" > y %
A | Wrench (insert) WT15IS WT2015 ‘
ZDET L I.C S d
08 T2 8.4 6.75 | 2.78 2.8
© Ideal machining conditions 1103 | 106 | 85 318 | 2.8
€3 Normal machining conditions 13T3 | 132 | 105 | 3.97 4.4
MI"Ing inserts €%  Unfavourable machining conditions 2204 | 16 | 127 | 476 | 5.56
ZD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 358558 & SO8RE OO0 O
M| DB SOHDWHE OO O
agc ) K 8% O S0 8
&k‘/ N 3 Y
RTT S 8 @ 0BBS
H
Ne—— M NN~ N — E
1SO RISAIIAmLBeSegRaRLer2 |2 |55
JO0U==20000QVVVLYUVLLVY U =&
e e R e e e R e N a i wa ) e Biea WY a'a JiYa'a JiYa'a W a'a WiYe'a We'a N 'a R =g z [alya)
S>E>>>>5>>>>>>>>>>>> |5 |[5>
Py N ZDET13T3CYR16-PM 16 o )
‘\Uui\.\-/,\
P | ZDET08T2CYR10 10 o
C¢§ | ZDET1103CYR12:5 125 o
~—— | ZDET13T3CYR16 16 o
~ ZPNT2204CY(R20) 20 o
@9 . | ZPNT2204CY(R25) 25 .
T
WS | ZPNT2204CY(R31) 315 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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Indexable mllling Profile milling

O Ideal machining conditions SPMT L 1.C S d
€3 Normal machining conditions 06 03 | 635 | 635 | 3.18 2.8
Milling inserts €% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 55
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P &SORbBRE S SHHBeE OO0 O
M| BS358383 DBHHBRE OO O
K 8% O S0 &8
N &8 StE
S CCI K OBBB
H
- _= ©)
IS0 r|§858882%58885 8830 b oo
OUU===200uuuuobuy U =&
[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>>>>>>>>>>>>>>>5 |5 |>>
SPMT060304-KT o
—
SPMT060304 0.4 ° o
a SPMT120408 08 |0 @ O ® O o
——
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O  Ideal machining conditions SDMT L 1.C S d
€3 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 4.4
Milling inserts €% Unfavourable machining conditions
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SO8ROBHE DB SHBRE OO0 O
M| ©B855E8 DHBRE OO0 O
K @ O S0 &
N & STE
S LI X OBLBHB
H
N =D T HRNAN— AN WA NN NN T -k—)
IS0 rRRIIIALK2S2IRISNR2AE 2 |53
UUU=S2=220000000U00VYYY O = N
[~ R o R a R e R a R e Wy aa ) [faa R e'a B a'a R 'a Wi aa WY o'a i a'a B 'a i aa R =d =z [alya)
S>>>>>>>>>>>>>>>>> > |>>
SDMT090308 0.8 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
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profile miling  INd@xable milling

Profile milling

BMR02 0 0 &
— .

od

L1

@

Dimensions [mm] Inserts
Article st | Stock o o0 o . ) y —
-
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
BMRO02-020-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 0 On demand
* With internal cooling
Spare parts
Insert ROHX1203 ROHX1604 ROHX2005
@D 12 16 20
” Screw (insert) 170M4*10TT I70M5*12TT 170M5*16TT @
(3.4 Nm) (6.7 Nm) (6.7 Nm) ‘ /
&
[ - )
/’ Wrench (insert) WT15IS WT20IS WT20IS -
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Profile milling

ROHX L 1.C S d
Ideal machining conditions 12 03 8.5 12 3 4
€3 Normal machining conditions 16 04 | 113 16 4 5
Milling inserts €% Unfavourable machining conditions 20 05 | 141 | 20 5 5
RO** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3HBa355B8 & SHEHBee: OO O
M| DRHODBEER SHHE OO0 O
K B&y O @) &8
N & D e
S CCIE X OBH o
H
N\——mEENN-—NomNNNNN; E
ISO SRl JdRRNA28 = |= |55
VUU=S2=2=20000a00YYyYuyvyu 9 = N
[a g R e R e N el el ca R aa ) ea W ea Wi a'a Wifa'a Wifa'a Rifa'a Mifa'a Wi a'a R aa ) = =z [alya)
S>> >>>>>>>>>5 > > >
ROHX1203 o ° °
(€7 ) | ROHX1604 ° °
ROHX2005 ° ®
® 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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profile miling  INd@xable milling

Profile milling

| I e — % o ] o
R/ L1 R L1 \
L ! L
A B
Straight shank
Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 . o . ) Teeth | Coupling _ ;
BMRO03-016-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 XPHTI6
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
BMRO03-020-G25-L ° 10 20 20 25 150 250 2 B 0.7 XPHT20
BMRO03-020-G25-XL o 10 20 20 25 110 300 2 B 1
BMR03-025-G25-S ° 12.5 25 25 25 80 180 2 B 0.6
BMR03-025-G25-M ° 12.5 25 25 25 100 200 2 B 0.7
BMRO03-025-G25-L o 12.5 25 25 25 110 250 2 B 0.8 XPHT25
BMRO03-025-G25-XL o 12.5 25 25 25 120 300 2 B 1
BMRO03-030-G32-S o 15 30 30 32 120 200 2 A 1
BMR03-030-G32-M ° 15 30 30 32 150 250 2 A 1.3 XPHT30
BMR03-030-G32-L o 15 30 30 32 200 300 2 A 1.6
BMR03-032-G32-S o 16 32 32 32 120 200 2 A 1.1
BMRO03-032-G32-M ° 16 32 32 32 150 250 2 A 1.4
BMR03-032-G32-L ° 16 32 32 32 200 300 2 A 1.6 XPHT32
BMR03-032-G32-XL o 16 32 32 32 200 350 2 A 2
BMRO03-040-G40-S o 20 40 40 40 120 200 2 A 1.6
BMR03-040-G40-M o 20 40 40 40 150 250 2 A 2 XPHT40
BMR03-040-G40-L ° 20 40 40 40 200 300 2 A 25

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

Spare parts

Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40
@D 16 20 25 30 32 40
- Clamp CBHSR1
g Clamp WD-208 WD-208
w Screw (clamp) 160M5%13 160M5%13 143M6*16
P (6.7 Nm) (6.7 Nm) (9.1 Nm)
w Screw (insert) 160M2.5%6.5 160M4*10 160M5%13 160M5%13 143M6*16 '
(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1TNm) %
“‘ Screw (insert) 160M3.5*08TT '
(27Nm) %
A | Wrench (clamp) WT20IT WT20IT WT25IT ’
l
/ Wrench (insert) WT10IP /
) Wrench (insert) WT20IT WT20IT WT25IT
% Wrench (insert) WTO7P
/ﬂ Wrench (insert) WT15S
XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 476 4.7
O  Ideal machining conditions 30 30 6.35 5.8
€3 Normal machining conditions 32 32 6.35 5.8
Milling inserts €8  Unfavourable machining conditions 40 40 | 794 | 68
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DBR & DHHBsEE OO O
M| DHHDBH SohHhese: OO0 O
K Dy O @) o8
N St ST
S CCIE X OBH &
H
N.—.—mEENN-—NoLﬁNNNNN; t["—:
1SO R 1aQRRAK[Aadm2Q22IL7332K=2 |2 |58
VUU=Z=220000a000VUYYY U |=A
[ N e R e s R i ea ) [faa Wfe'a i a'a B 'a Mifaa Bt c'a i aa B 'a R aa R b= =z [alya)
S>>>>>>>>>>>>>>>>5 |5 |>>
XPHT16R0803-GM 8 °
XPHT20R10T3-GM 10 °
@ XPHT25R1204-GM 1251 9 °
XPHT30R1506-GM 15 | 11 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
® 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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profile miling  INd@xable milling

Profile milling

@D D od @Dﬁ H D od
R R/ L
0 L
A B
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' R @D | e | od | L | L g

BMR03-016-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
BMR03-020-XP25-L ° 10 20 20 25 80 150 2 B 0.4
BMR03-025-XP25-M ° 12.5 25 25 25 80 137 2 B 0.4 XPHT25
BMRO03-025-XP25-L ° 12.5 25 25 25 100 200 2 B 0.6
BMR03-030-XP32-M ° 15 30 30 32 100 161 2 A 0.8

XPHT30
BMR03-030-XP32-L ° 15 30 30 32 150 250 2 A 1.3
BMR03-032-XP32-M ° 16 32 32 32 100 161 2 A 0.8 XPHT32
BMR03-032-XP32-L o 16 32 32 32 120 250 2 A 1.3
BMRO03-040-XP40-M [¢) 20 40 40 40 100 175 2 A 1.3

XPHT40
BMR03-040-XP40-L ° 20 40 40 40 120 250 2 A 2
BMR03-050-XP50-M o 25 50 50 50 100 200 2 A 25 XPHTS0
BMR03-050-XP50-L o 25 50 50 50 150 250 2 A 3.1

® 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 Profile milling

Spare parts

A Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
@D 16 20 25 30 32 40 50
Clamp CBH5R1 CBH5R1
Clamp WD-208 WD-208

Screw (clamp) 160M5%13 160M5%13 143M6*16 143M6*16

(6.7 Nm) (6.7 Nm) (9.1 Nm) (9.1 Nm)

160M2.5%6.5 160M4*10 160M5%13 160M5*13 143M6*16 143M8*21

(1.0 Nm) (3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)

160M3.5*08TT
(27Nm)

Turning

Screw (insert)

Screw (insert)

Wrench WT20IT WT20IT WT25IT WT25IT

(clamp) ’
Wrench (insert) WT10IP { \\‘//

AARARARNRLL

Wrench (insert) WT20IT WT20IT WT25IT WT30IT
o Wrench (insert) WTO7P
=
E Wrench (insert) WT15S
C XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
25 25 476 4.7
30 30 6.35 5.8
g\ O  Ideal machining conditions 32 32 6.35 5.8
= &€ Normal machining conditions 40 40 7.94 6.8
5 MiIIing inserts §% Unfavourable machining conditions 50 50 7.94 9.2
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORBBRE OB SOBHEHE OO0 O
M| 58353 SHHBE OO0 O
D K 88 O 8O g
N St STR
S LI K OBHBB
c H
© O
2 d‘%‘ 0 oo o n oA oA =
N — — — I — o — =
£ E IS0 R|a|8888808058S88s800b b oo
% @ VUUYU=S2=220000aa0000uuyY 1O =Ad
= e e e e e e W e e lfa'a Wia'a Wi a'a B a'a S a'a Wt a'a Wifa'a SiYa'a Wi o'a R4 z [alia)
] SE>>>>>>>>>>>>>>>> |5 |>>
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
XPHT25R1204-GM 1251 9 °
&P | XPHT30R1506-GM 15 | 11 .
E XPHT32R1606-GM 16 | 9 °
XPHT40R2007-GM 20 °
XPHT50R2507-GM 25 °
® Ex stock o On demand HC' Coated carbide
5 HT Uncoated cermet
-g HC? Coated cermet
- HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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profile miling  INd@xable milling

Profile milling

R/

é‘ @D_ﬂ od

L

Morse taper shank

Dimensions [mm] Inserts
. - .

Article sz | Stock R o0 . o . ) Teeth | Coupling _ ;
BMR03-020-MT3-M o 10 20 20 18.7 70 156 2 B 0.4
BMR03-020-MT3-L o 10 20 20 18.7 100 186 2 B 0.4 XPHT20
BMRO03-025-MT3-M o 125 25 25 235 70 156 2 B 0.4 XPHT25
BMRO03-025-MT3-L o 125 25 25 23,5 100 186 2 B 0.4
BMRO03-030-MT4-M o 15 30 30 28.2 70 189 2 A 0.8
BMR03-030-MT4-L o 15 30 30 282 120 229 2 A 1 XPHT30
BMRO03-032-MT4-M o 16 32 32 29.2 70 179 2 A 0.9
BMRO03-032-MT4-L ° 16 32 32 292 100 209 2 A 0.9 XPHT32
BMR03-040-MT5-L o 20 40 40 36.9 920 226 2 A 1.8 XPHT40
BMR03-050-MT5-M ° 25 50 50 468 100 236 2 A 2.2
BMRO03-050-MT5-L o 25 50 50 468 150 286 2 A 29 XPHTS0

® 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 Profile milling

Spare parts

A Insert XPHT20 XPHT25 XPHT30 XPHT32 XPHT40 XPHT50
oD 20 25 30 32 40 50
Clamp CBH5R1 CBH5R1
o Clamp WD-208 WD-208
=
é Screw (clamp) 160M5%13 160M5%13 143M6*16 143M6*16
e P (67Nm) | (6.7 Nm) (9.1 Nm) (9.1 Nm) @
Screw (insert) 160M4*10 I60M5%13 160M5%13 143M6*16 143M8*21 |
(3.4 Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm)
I60M3.5*08TT %

Screw (insert) 27Nm)

Z
Wrench (clamp) WT20IT WT20IT WT25IT WT25IT {/
\ -

Wrench (insert) WT10IP

AR AN A AN

Wrench (insert) WT20IT WT20IT WT25IT WT30IT
o Wrench (insert) WT15S
£
§
XPHT L S d
20 20 3.97 4
25 25 4.76 4.7
C 30 30 6.35 5.8
@O  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
g XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
E P BB DBR & DHHEHE OO O
M| DHHDBE SohheeE OO0 O
K B O @) &8
N St SR
S CCI X ODBLBHB
D H
(3] oo o~ N AN NN =
N — — — 5 — — —
IS0 R |a|3324888082S883520g2 |2 |55
SREEZESE RSB EREE 2 &8
_g S>ES>>>>>>>>>>>>>>>> |5 |>>
S = XPHT20R10T3-GM 10 o
% £ XPHT25R1204-GM 125 .
o QO )
= N_E @ XPHT30R1506-GM 15 |11 °
XPHT32R1606-GM 16 °
XPHT40R2007-GM 20 °
XPHT50R2507-GM 25 °
® Ex stock 0 On demand HC' Coated carbide
E HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
<
9]
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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profile miling  INd@xable milling

Profile milling

ad

Compound shank

Dimensions [mm] Inserts
Article sk | Stock Teeth
' R | oD | e od | L L 9
BMRO03-040-XPX-M o 20 40 40 50.8 170 250 2 13
BMRO03-040-XPX-L o 20 40 40 50.8 220 300 2 3.1 XPHT40
BMRO03-040-XPX-XL o 20 40 40 50.8 270 350 2 35
BMR03-050-XPX-M ¢} 25 50 50 50.8 170 250 2 3.1
BMRO03-050-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 44
® Ex stock o On demand
* With internal cooling
Spare parts
Insert XPHT40 XPHT50
@D 40 50
ﬂ Clamp CBH5R1 CBH5R1 '
v Screw (clamp) 143M6*16 143M6*16 %
P (9.1 Nm) (9.1Nm)
v Screw (insert) 143M6*16 143M8*21 %
(9.1 Nm) (16.2 Nm) ’ \
A | wrench (clamp) WT25IT WT25IT s
\ -
) Wrench (insert) WT25IT WT30IT
Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Profile milling

O Ideal machining conditions XPHT L S d
&€ Normal machining conditions 40 40 7.94 6.8
Milling inserts §%  Unfavourable machining conditions 50 50 794 | 92
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODRDBDBR OB SHHBRE OO0 O
M| DBRBBEE BHBeE OO O
K e O &0 &
N &8 StE
S LI X ODBLBHB
H
N DA HRNN=-No WA NN N T -9
1SO RIaERadalq2Sd88amels |2 55
VUU=Z=220000000U00UYYY O = N
[ea <l e R a R e R ea Ry va Wy aa ) [faa Je'a B a'a B 'a N a'a B 'a i a'a B e'a i aa R e =z [alya)
S>E>>>>>>>>>>>>>>>> |> |>>
XPHT40R2007-GM 20 °
&P | XPHT50R2507-GM 25 .
® 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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profile miling  INd@xable milling

Profile milling

BMRO04 0 0 &

Q
-2
\

o1

|

N

—

L

Straight shank

Dimensions [mm] Inserts
Article sz | Stock -~ 1
' R @D | od | @di L, L s *y
BMR04-012-G12-M
ZOHX12
BMR04-012-G12-L
BMR04-016-G16-M
ZOHX16
BMR04-016-G16-L
BMR04-020-G20-M
ZOHX20
BMR04-020-G20-L
BMR04-025-G25-M
ZOHX25
BMR04-025-G25-L
BMR04-030-G32-M
ZOHX30
BMR04-030-G32-L
BMR04-032-G32-M
ZOHX32

BMR04-032-G32-L

® Ex stock

% With internal cooling

Spare parts

0 On demand

Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 12 16 20 25 30 32
’ Screw (insert) 170M4*10TT | I70M5*12TT | I70M5*16TT | I70M6*20TT | 170M8%*25TT | I70M8*25TT
(3.4Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
% Wrench (insert) WT15IP WT20IP WT20IP WT20IP 5,/
| Wrench (insert WT30IT WT30IT '
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling Profile milling

ZOHX I.C S d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
o €3 Normal machining conditions 30 30 7 8
c illing inserts nfavourable machining conditions
Milling t §8  Unf bl hining cond 32 32 7 8
c
S
E ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DR & DHHsEE OO0 O
M| DHHDBB DHHBezss: OO O
. K Dy O @) o8
B N St STEE
S CCT K OBHBHB
H
M — — ~N N o~ NN NN =
o 36 RISS2URRLRSSR88580 0 2 |55
& VUU==2=20000aa00uuyYyvuu |v = N
= [ea el a R e W ~a l~a e Rifaa ) oa Wiaa Wife'a Wie'a Wifaa Wifea Wife'a Wi a'a M e ) e =z [ala)
= S>S>>>>>>>>>>>>>>>5 |5 |>>
= ZOHX1203-GF °
ZOHX1604-GF °
@ 1 | ZOHX2005-GF 10 °
y ZOHX2506-GF 12,5 o
ZOHX3007-GF 15 °
C ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ | ZOHX2005-GM 10 o
= v ZOHX2506-GM 12,5 o
c
= ZOHX3007-GM 15 °
a ZOHX3207-GM 16 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
g8
c
< £
o O
=
X
[
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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profile miling  INd@xable milling

Profile milling

BMRO04

od

Straight shank
Dimensions [mm] Inserts
Article sz | Stock -~ 1
' R @D | od | @di L, L § *y
BMR04-012-G16-M
ZOHX12
BMR04-012-G16-L
BMR04-016-G20-M
ZOHX16
BMR04-016-G20-L
BMR04-020-G25-M
ZOHX20
BMR04-020-G25-L
BMR04-025-G32-M
ZOHX25
BMR04-025-G32-L
BMR04-030-G40-M
ZOHX30
BMR04-030-G40-L
BMR04-032-G40-M
ZOHX32
BMR04-032-G40-L
® Ex stock 0 On demand

% With internal cooling

Spare parts

Insert ZOHX12 ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 12 16 20 25 30 32
“’ Screw (insert) 170M4*10TT | I70M5%12TT | I70M5*16TT | I70M6*20TT | 170M8*25TT | 170M8*25TT
(3.4Nm) (6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm)
% Wrench (insert) WT15IP WT20IP WT20IP WT20IP 3,/
| Wrench (insert WT30IT WT30IT '
B24 Technical info B463 Cutting data B224
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Indexable mllling Profile milling

ZOHX I.C S d
A 12 12 1.5 4
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
o €3 Normal machining conditions 30 30 7 8
c illing inserts nfavourable machining conditions
Milling t §8  Unf bl hining cond 32 32 7 8
c
S
E ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB DR & DHHsEE OO0 O
M| DHHDBB DHHBezss: OO O
. K Dy O @) o8
B N St STEE
S CCT K OBHBHB
H
M — — ~N N o~ NN NN =
o 36 RISS2URRLRSSR88580 0 2 |55
& VUU==2=20000aa00uuyYyvuu |v = N
= [ea el a R e W ~a l~a e Rifaa ) oa Wiaa Wife'a Wie'a Wifaa Wifea Wife'a Wi a'a M e ) e =z [ala)
= S>S>>>>>>>>>>>>>>>5 |5 |>>
= ZOHX1203-GF °
ZOHX1604-GF °
@ 1 | ZOHX2005-GF 10 °
y ZOHX2506-GF 12,5 o
ZOHX3007-GF 15 °
C ZOHX3207-GF 16 °
ZOHX1203-GM 6 °
ZOHX1604-GM 8 °
@ | ZOHX2005-GM 10 o
= v ZOHX2506-GM 12,5 o
c
= ZOHX3007-GM 15 °
a ZOHX3207-GM 16 .
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
g8
c
< £
o O
=
X
[
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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siotmiling  INdexable millin
g

Slot milling

ac
. p
Dimensions [mm] Inserts
i % i ~
Article sz | Stock o0 o o y . . Coupling k o )
e 1]
SMPO01-100x4-K27-SN12-10 o 100 27 45 12 4 25 K 0.2
SMPO01-125x4-K40-SN12-12 o 125 40 56 12 4 32 K 0.3 XSEQ1202
SMPO01-160x4-K40-SN12-16 ° 160 40 67 12 4 44 K 0.5
SMP01-100x5-K27-SN12-10 o 100 27 45 12 5 25 K 02
SMP01-125x5-K40-SN12-12 o 125 40 56 12 5 32 K 03 ----- XSEQ1203
SMPO01-160x5-K40-SN12-16 o 160 40 67 12 5 44 K 06 -----
SMP01-100x7-K27-SN12-10 o 100 27 45 12 7 25 K 03
SMPO01-125x7-K40-SN12-12 o 125 40 56 12 7 32 K 04 -----
SMP01-160x7-K40-SN12-16 o 160 40 67 12 7 44 K 08 ----- XSEQ1204
SMPO1-200x7-K50-SN12-18 o 20 5 71 12 7 6 K 12
SMP01-250x7-K50-SN12-24 o 250 50 71 12 7 87 K 19 -----
SMP01-100x6-K27-SN12-10 o 100 27 45 12 6 25 K 03
SMP01-125x6-K40-SN12-12 o 125 40 56 12 6 32 K 04 -----
SMPO01-160x6-K40-SN12-16 o 160 40 67 12 6 44 K 07 ----- XSEQ12T3
SMP01-200x6-K50-SN12-18 o 200 50 71 12 6 62 K 11 ------
SMPO01-250x6-K50-SN12-24 o 250 50 71 12 6 87 K 17 -----
SMP01-100x8-K27-SN12-10 o 100 27 45 12 8 25 K 03
SMPO01-125x8-K40-SN12-12 o 125 40 56 12 8 32 K 05 -----
SMP01-160x8-K40-SN12-16 o 160 40 67 12 8 44 K 09 ----- XSEQ12T4
SMPO01-200x8-K50-SN12-18 o 200 50 71 12 8 62 K 14 -----
SMPO01-250x8-K50-SN12-24 o 250 50 71 12 8 87 K 22 -----
® 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 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 =) .
(3.4Nm) (34 Nm) (3.4Nm) (3.4Nm) (3.4Nm) —
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP

XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O Ideal machining conditions 12 T3 | 127 | 127 35 5
€5 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $&  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBRE O ShBeeE 00 O
M| SO0 Sooese 00 O
od K ®% O e £
N St SR
S LI X OBBB
H
NF‘—mE;NN—NomNNNNNE t':—).’
1SO SRIJdm 222 ARR]Iark2l8s |= |55
VUU=2=220000a0000YOLVYYY 9 = N
e R e R el el el saliaa oa W ea i a'a Wifaa Wifaa Rifaa Mifa'a Wi o'a R aa ) = =z [ala)
S>E>>>>>>>>>>>>>>>5 |5 |>>
XSEQ1202 o
- | XSEQ1203 o ° °
k Y | XsEQ1204 o
XSEQ12T3 ° ° o
XSEQ12T4 °
® 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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siotmiling  INdexable millin
g

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

SMP01-063x4-A22-SN12-06 o 63 22 32 40 4 14 6 A 0.2
SMP01-080x4-A22-SN12-08 o 80 22 40 40 4 18 8 A 0.4 XSEQ1202
SMP01-100x4-A27-SN12-10 o 100 27 48 50 4 23 10 A 0.6
SMP01-063x5-A22-SN12-06 o 63 22 32 40 5 14 6 A 0.2
SMP01-080x5-A22-SN12-08 o 80 22 40 40 5 18 8 A 0.4 XSEQ1203
SMPO01-100x5-A27-SN12-10 o 100 27 48 50 5 23 10 A 0.7
SMP01-063x7-A22-SN12-06 o 63 22 32 40 7 14 6 A 0.2
SMP01-080x7-A22-SN12-08 o 80 22 40 40 7 18 8 A 0.5
SMP01-10-(-)X7-A27-SN12-10 o 100 27 48 50 7 23 10 A 0.7 XSEQ1204
SMP01-125x7-B40-SN12-12 o 125 40 72 50 7 23 12 B 1.1
SMPO01-160x7-B40-SN12-16 o 160 40 70 60 7 4 16 B 1.4
SMP01-063x6-A22-SN12-06 o 63 22 32 40 6 14 6 A 0.2
SMP01-080x6-A22-SN12-08 o 80 22 40 40 6 18 8 A 0.5
SMP01-100x6-A27-SN12-10 o 100 27 48 50 6 23 10 A 0.7 XSEQ12T3
SMPO01-125x6-B40-SN12-12 o 125 40 72 50 6 23 12 B 1
SMP01-160x6-B40-SN12-16 o 160 40 70 60 6 41 16 B 1.3
SMP01-063x8-A22-SN12-06 o 63 22 32 40 8 14 6 A 0.2
SMP01-080x8-A22-SN12-08 o 80 22 40 40 8 18 8 A 0.5
SMPO01-100x8-A27-SN12-10 o 100 27 48 50 8 23 10 A 0.8 XSEQ12T4
SMP01-125x8-B40-SN12-12 o 125 40 72 50 8 23 12 B 1.1
SMP01-160x8-B40-SN12-16 o 160 40 70 60 8 41 16 B 1.5

® Ex stock o On demand

< With internal cooling
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable milling siot miliing

Spare parts

Insert XSEQ1202 XSEQ1203 XSEQ1204 XSEQ12T3 XSEQ12T4
@D 63-160 63-160 63-250 63-250 63-250
@ Screw (insert) 191M4%3.2X 191M4*3.2X 191M4%*6.1X 191M4*5.1X 191M4*7.1X =) .
(3.4Nm) (34 Nm) (3.4Nm) (3.4Nm) (3.4Nm) —
/ Wrench (insert) WTO8IP WTO8IP WTO8IP WTO8IP WTO8IP

XSEQ L 1.C S d
12 02 12.7 12.7 23 5
12 03 12.7 12.7 3 5
O Ideal machining conditions 12 T3 | 127 | 127 35 5
€5 Normal machining conditions 12 04 | 127 | 127 4 5
Milling inserts $&  Unfavourable machining conditions 12 T4 | 127 | 127 | 45 5
XS** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P ODHDHBH O ShBeeE 00 O
M| SO0 Sooese 00 O
od K ®% O e £
N St SR
S LI X OBBB
H
NF‘—mE;NN—NomNNNNNE t':—).’
1SO P23 adm2l22J38Rak2& = |2 |55
VUU=2=220000a0000YOLVYYY 9 = N
[ea =l e R a R va R ~a liyva Wy aa ) [fa Rie'a B a'a B 'a N a'a WY 'a i a'a B 'a i aa R =d =z [alya)
S>E>>>>>>>>>>>>>>>5 |5 |>>
XSEQ1202 o
~= | XSEQ12T3 ° ° o
k Y | XsEQ1203 o o o
XSEQ1204 °
XSEQ12T4 °
® 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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Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' @D od @c H a, Qe max a
SMP03-080x8-K27-MP06-10 o 80 27 44 12 8 17.6 10 K 0.2
SMP03-100x8-K32-MP06-14 o 100 32 49 12 8 25.1 14 K 0.3
MPHT0603
SMP03-100x10-K32-MP06-14 o 100 32 49 14 10 251 14 K 0.4
SMP03-125x10-K40-MP06-16 o 125 40 57 14 10 336 16 K 0.6
SMP03-125x12-K40-MP08-12 o 125 40 58.3 16 12 32.6 12 K 0.7
MPHTO0803
SMPO03-160x12-K40-MP08-14 o 160 40 64.3 16 12 315 14 K 1.3
SMP03-160x16-K40-MP12-12 o 160 40 64.6 20 16 47.6 12 K 1.6
SMP03-160x18-K40-MP12-12 o 160 40 65.3 24 18 47.3 12 K 1.9
SMP03-160x20-K40-MP12-12 o 160 40 65.3 26 20 47.3 12 K 2.1
MPHT1204
SMP03-200x16-K50-MP12-14 o 200 50 74.6 20 16 62.6 14 K 2.5
SMP03-200x18-K50-MP12-14 o 200 50 753 24 18 62.3 14 K 29
SMP03-200x20-K50-MP12-14 o 200 50 753 26 20 62.3 14 K 33
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert MPHTO0603 MPHT0803 MPHT1204
@D 80-125 125-160 160-200
. I60M2.5%6.5 160M3*7 160M5*13 ) ( '
W | Screw (insert (1.0 Nm) (1.8 Nm) (6.7 Nm) .<
\ A
/ Wrench (insert) WTO07IP WTO09IP t II X
/’ Wrench (insert) WT20IS ‘ I
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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MPHT L 1.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
‘3_ P 3HBa355B8 & SHEHBee: OO O
oic 3 M| osoos o008 00 O
. i o
p an | R K 8% O BO e
N N ® OB
. s & B OB
H
N.—.—m‘_‘_NNl—NoLnNNNNN‘_ E
150 r 228882 R5S]IIN3 LKL |2 55
VUU=S2=2=20000a00YYyYuyvyu 9 = N
[a g R e R e N el el ca R aa ) ea W ea Wi a'a Wifa'a Wifa'a Rifa'a Mifa'a Wi a'a R aa ) = =z [alya)
S>> >>>>>>>>>5 |5 |[=>
MPHT060304-DM 04 |e ) °
a MPHT080305-DM 05 |e ) °
MPHT120408-DM 08 |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
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Dimensions [mm] Inserts
Article sz | Stock Teeth | Coupling
' @D od @c H a, Qe max a
SMP03-080x8-A22-MP06-10 o 80 22 45 40 8 21 10 A 0.4
SMP03-100x8-B27-MP06-14 o 100 27 55 40 8 24.5 14 B 0.6
MPHT0603
SMP03-100x10-B27-MP06-14 ° 100 27 55 40 10 245 14 B 0.7
SMP03-125x10-B32-MP06-16 o 125 32 65 45 10 333 16 B 1.1
SMP03-125x12-B32-MP08-12 o 125 32 65 45 12 33 12 B 14
SMP03-160x12-B40-MP08-14 o 160 40 80 50 12 44 14 B 1.9 MPHTO0803
SMP03-200x12-C40-MP08-18 o 200 40 92 50 12 52 18 @ 3.2
SMP03-125x16-B32-MP12-10 o 125 32 65 50 16 33 10 B 23
SMP03-160x16-B40-MP12-12 o 160 40 80 60 16 45 12 B 23
SMP03-160x18-B40-MP12-12 o 160 40 80 60 18 45 12 B 24
MPHT1204
SMP03-200x16-C40-MP12-14 o 200 40 92 50 16 52 14 @ 3.6
SMP03-200x18-C40-MP12-14 o 200 40 92 50 18 52 14 C 3.9
SMP03-200x20-C40-MP12-14 o 200 40 92 50 20 52 14 C 4.2
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert MPHT0603 MPHTO0803 MPHT1204
@D 80-125 125-200 125-200
X 160M2.5%6.5 160M3*7 160M5%13 / /
WP | screw(insert) (1.0 Nm) (1.8 Nm) (6.7 Nm) ’ \ -
¢~ | Wrench (insert) wWT07IP WTO9IP
/’ Wrench (insert) WT20IS
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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MPHT L 1.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
‘3_ P 3HBa355B8 & SHEHBee: OO O
oic 3 M| osoos o008 00 O
. i o
p an | R K 8% O BO e
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VUU=S2=2=20000a00YYyYuyvyu 9 = N
[a g R e R e N el el ca R aa ) ea W ea Wi a'a Wifa'a Wifa'a Rifa'a Mifa'a Wi a'a R aa ) = =z [alya)
S>> >>>>>>>>>5 |5 |[=>
MPHT060304-DM 04 |e ) °
a MPHT080305-DM 05 |e ) °
MPHT120408-DM 08 |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
<o
B160



siotmiling  INdexable millin
g

Slot milling

. 9Dy
Pty o—
@(‘L | el (- o
\ /) | s T S
. ST e —
R L1 L1
&, L -
&-\&’ A B
Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling
e @Dmin | od L, L
SMP05-025x3.0-XP25-QC16-01 ° 40 25 25 89 125 1 acteL
SMP05-039x3.0-XP25-QC16-03 ° 23 39 25 89 125 3
SMP05-044x4.8-XP25-QC22-03 ° 23 44 25 89 125 3 QC22L
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert QC16L QcC16L QC22L
@D 25 39 44
v Screw (insert) 160M3.5%10 160M3.5*%10 160M5%13
(2.7 Nm) (2.7 Nm) (6.7 Nm)
/ Wrench (insert) WT15IP WT15IP WT20IP
B26 Grade selection B24 Technical info B463 Cutting data B224
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Mi||ing inserts O  Ideal machining conditions QC 1.C d
€3 Normal machining conditions 16 9.525 4.4
§% Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBBHE OB SHHBRE OO0 O
M| S3DBE DHHBRE OO0 O
K B O S0 &
N & STE
S LI K ODBLBHB
H
N =M= N[N o NNNN N 'k—)
LLLLLPLRLLLLLRRRQE £ 29
QC16L075-R01 075 | 2 |0. o
QC16L095-RO1 095 | 2 |0.1 o
QC16L100-RO1 1 2 |01 o
QC16L110-RO1 1.1 2 |01 ® O
QC16L120-RO1 1.2 2 |01 o
QC16L125-R02 1.25 2 |0.2 °
QC16L130-R02 1.3 2 (02 [}
QC16L145-R02 145 | 2 |02 °
QC16L150-R02 1.5 2 |0.2 ¢}
QC16L160-R02 1.6 2 |0.2 °
QC16L165-R02 1.65 2 |0.2 o
QC16L170-R02 1.7 2 |02 ¢}
QC16L175-R02 1.75 2 |02 o
QC16L185-R02 185 | 25|02 ¢}
QC16L200-R02 2 25 /0.2 °
QC16L210-R02 2.1 2.5 (0.2 o
QC16L210-R05 2.1 25 |05 o
QC16L220-R02 2.2 2.5 (0.2 o
QC16L250-R02 25 | 2502 °
QC16L300-R02 3 3 |0.2 °
® 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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Mi||ing inserts O Ideal machining conditions QC 1.C d
€3 Normal machining conditions 16 9.525 4.4
§% Unfavourable machining conditions 22 12.7 5.5
QC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SO8ROBBHE DB SHBRE OO0 O
M| SBODBER DHBRE OO0 O
) K B O HO £
9 N & B
. S % B OB&BS
H
Ne—=— M= —NNe=—=NoWnNNNN N k‘—J
LLLLLPLRLLLLL22RRQE £ 29
QC22L100-R02 1 2 |0.2 o
QC22L125-R02 1.25 2 |02 o
QC22L145-R02 145 | 2 0.2 o
QC22L150-R02 1.5 35 0.2 ¢}
QC22L175-R02 1.75 | 3.5 (0.2 o
QC22L185-R02 1.85 | 3.5 /0.2 [}
QC22L200-R02 2 3502 o
QC22L230-R02 23 | 35]02 o
QC22L250-R03 2.5 4 103 o
QC22L265-R03 2.65 4 103 °
QC22L280-R03 2.8 4 103 o
QC22L300-R03 3 4 103 o
QC22L320-R03 3.2 4 103 o
QC22L330-R03 33 4 103 ¢}
QC22L350-R03 35 5 103 ¢}
QC22L400-R04 4 5 104 °
QC22L430-R04 43 5 |04 o o
QC22L450-R04 4.5 5 |04 o o
QC22L480-R04 4.8 5 104 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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	2 Flute End mill
	5502R402NM
	NM-2E
	NM-2EP

	4 Flute  End mill
	NM-4E

	2 Flute Ball nose cutter
	NM-2B
	NM-2BP


	AL - series
	2 Flute End mill
	AL-2E
	AL-2EL
	ALG-2E

	3 Flute End mill
	AL-3E
	AL-3EL
	ALG-3E
	ALG-3E-W
	ALP-3E
	ALP-3E-W

	4 Flute End mill
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	AL-3W
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	ALG-2R
	ALG-2R-W

	3 Flute Torus mill
	AL-3R-AIR
	AL-3RL-AIR


	HPC / HSC
	DIN - series
	End mill
	5501R38414GM
	5502R38414GM
	5601R38414GM
	5602R38414GM

	Torus mill
	5502R38414GM-R
	5602R38414GM-R



	UM - series
	End mill
	UM-4E
	UM-4E-W
	UM-4EL
	UM-4EL-W
	UM-4ELP-W
	UM-4EFP

	Torus mill
	UM-4R
	UM-4RL
	UM-4RFP


	VSM - series
	Endmill
	VSM-4E
	VSM-4E-C

	Torus Mill
	VSM-4R


	Deburing cutter
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	5501/5601R90*FM - 90°
	5601R90*FM-R - Radius
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	SL(K) drill  20xD  
	SL(K) drill  30xD  
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