QCH series

Indexable heads

B Quicktool change reduces the set-up time and therefore the
machine breakdown.

m Stable force-locking connection.
Increased flexibility in production.

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

Machining operations

Force-locking connection

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

Profile milling

QCH - XPHT & @

_ nlAa
8 AE- SIS
a
L
Dimensions [mm] Inserts
Article e | Stock Teeth
' @ | @0, | a | L | MD -
QCH-16-XPHT16-M10 ° 16 17 16 28 10 2 0.036 XPHT16
QCH-20-XPHT20-M12 o 20 19 20 30 12 2 0.051 XPHT20
QCH-25-XPHT25-M12 ° 25 24 25 35 12 2 0.071 XPHT25
QCH-30-XPHT30-M16 ° 30 29 30 45 16 2 0.14 XPHT30
QCH-32-XPHT32-M16 [ 32 30 32 45 16 2 0.162 XPHT32
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert XPHT16 XPHT20 XPHT25 XPHT30 XPHT32
@D 16 20 25 30 32
v Screw (insert) 160M2.5%6.5 160M4*10 160M5%13.2 160M5%13.2
(1.0 Nm) (3.4Nm) (6.7 Nm) (6.7 Nm)
" Screw (insert) 160M3.5"08TT
(27Nm)
V Wrench (insert) WT10IP
A | Wrench (insert WT20IT WT20IT
/ Wrench (insert) WTO7P
/ Wrench (insert) WT15S
System code B26 Grade selection B24 Technical info B463 Cutting data B224
<
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Indexable heads — QCH series Indexable milllng

XPHT L S d
16 16 3.18 3.1
20 20 3.97 4
O  Ideal machining conditions 25 25 | 476 | 47
€3 Normal machining conditions 30 30 6.35 5.8
Milling inserts €8  Unfavourable machining conditions 32 32 | 635 | 58
XP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SDBHBBH DB SHBRE OO0 O
M| ©BBHDBEB SHBRE OO0 O
|
) K ©H O 80 %
N & D
R L S LI OBLBHB
H
M — — N =
150 Ra|§558880 e8¢ 8@Rh b oz
OUU===00Q0Uu0auuUuuouy | =«
DO DOV ODDDODDDDDDDDARZ = [alya)
S>>>>>>>>>>>>>>>>> |5 |5
XPHT16R0803-GM °
XPHT20R10T3-GM 10 °
&SP | XPHT25R1204-GM 125 .
XPHT30R1506-GM 15 (11 [}
XPHT32R1606-GM 16 | 9 °
® 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 Indexable heads — QCH series

High-feed mills

QCH-SDMT Kr: 15° 0 & @

JI

i

\‘H“M:

fi

L
Dimensions [mm] Inserts
Article sl | Stock Teeth S
' gb | oD, L MD ~
_
QCH-20-SDMT06-M10-03 ° 20 19 30 10 3 0.058
QCH-25-SDMT06-M12-04 ° 25 24 35 12 4 0.097 SDMT06T2
QCH-32-SDMT06-M16-05 ] 32 30 45 16 5 0.183
QCH-25-SDMT09-M12-02 ¢} 25 24 35 12 2 0.088
QCH-30-SDMT09-M16-03 ° 30 29 45 16 3 0.176 SDMT09T3
QCH-35-SDMT09-M16-03 o 35 30 45 16 3 0.216
QCH-32-SDMT12-M16-02 ° 32 30 45 16 2 0.175
QCH-35-SDMT12-M16-02 ¢} 35 30 45 16 2 0.2 SDMT1204
QCH-40-SDMT12-M16-03 o 40 30 45 16 3 0.3
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert SDMT06T2 SDMTO09T3 SDMT1204
@D 20-35 25-35 32-40
/= Clamp WD-204 WD-204
v Screw (clamp) leoMA*84
P (34Nm)
“’ Screw (clamp) 160M3 5*08TT
(2.7 Nm)

v Screw (insert) 160M2.2*5.5 160M4*8.4 160M4*8.4

(0.8 Nm) (3.4 Nm) (3.4 Nm)
¢~ |Wrench (clamp) WT10IP WT15IP
V Wrench (insert) WTO7IP WT15IP WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable heads — QCH series Indexable milllng

SDMT L I.C S d
O  Ideal machining conditions 06T2 | 635 | 635 | 258 | 25
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 4
Milling inserts €% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 44
SD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3G355B8% & SoBeEe OO0 O
0#7 M| DRODBE SHHeE OO0 O
sal bl K 8% O 80 %
I 1
= N S D
n 3 T OBHBH
H
~ M — — N | — N N N AN NN AN E
IS0 ral222888°RSSRgIR8L8L 2 |55
J00===0Q00Qu0Uu0uuuuu |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 |>>
5 5 SDMT06T208-DM 0.8 | 15 o o
a SDMTO09T312-DM 1.2 |15 | @ ° ° °
' | SDMT120412-DM 12 [15]e e o© e O
SDMTO06T208-PM 08 |15 | e ° °
@9 | SDMT09T312-PM 12 |15 . oo
WY | SDMT120412-PM 12 |15 ° oo
® 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

N
< 520

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable mllling Indexable heads — QCH series

High-feed mills

QCH-WPGT Kr:11°-22° 0 & @

@D
\

Dimensions [mm] Inserts
Article sz | Stock Teeth -
' @D | @, L MD ®)
®
QCH-20-WPGT05-M10-02 o 20 18 30 10 2 0.056 WPGT0503
QCH-25-WPGT06-M12-02 o 25 21 35 12 2 0.097
QCH-32-WPGT06-M16-03 ° 32 29 43 16 3 0.185
WPGT0604
QCH-35-WPGT06-M16-03 [ 35 30 45 16 3 0.201
QCH-42-WPGT06-M16-04 o 42 29 43 16 4
QCH-35-WPGT08-M16-02 ° 35 30 45 16 2 0.196 WPGT0806
® Ex stock o On demand
* With internal cooling
variabler Einstellwinkel (Einstellwinkel ist hier plattengroBenabhangig)- lead angle:
WPGTO5 insert: 16°; WPGTO06 insert: 22°; WPGTO08 insert: 11°; WPGTO09 insert: 21°
Spare parts
Insert WPGT0503 WPGT0604 WPGT0806
oD 20 25-42 35
8 cmp WD-208
v Screw (clamp) I6OM5*13
(6.7Nm) ‘
v Screw (insert) 160M4*8.4 160M5*13
(3.4Nm) (6.7 Nm) 9
" Screw (insert) 160M3.5*
(27Nm)
) Wrench (clamp) WT20IT
) Wrench (insert) WT20IT
< | Wrench (insert) WT10P WT15P
System code B26 Grade selection B24 Technical info B463 Cutting data B224

<
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Indexable heads — QCH series Indexable milllng

WPGT 1.C S d
© Ideal machining conditions 05 03 7.94 35 4
€ Normal machining conditions 06 04 | 9525 | 42 4.4
Milling inserts €% Unfavourable machining conditions 0806 | 1285 | 635 | 55
WP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3G355B8% & SHEHBeexs OO0 O
J‘f: M| DRODBE SHHeE OO0 O
=] K 8% O 80 E
L .|_ -
-~ N & Y
S S CEICX OB BB
H
Ne—— M= = NN NANNN N~ E
150 rISBS8882R5e88SrgEkn v 55
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)
SE>>>5>>>>>>>>>>>>> |5 |>>
WPGT050315ZSR-PM 1.5 °
@9 | WPGT060415ZSR-PM 15 | @ .
WS | \wpGT08061525R-PM 15 | .
WPGT050315ZSR 15 | e ° °
6 WPGT060415ZSR 15 @ . o o
~~— | WPGT080615ZSR 15 |e ° e 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 Indexable heads — QCH series

Indexable heads - QCH series

=

QCH - APKT Kr: 90°

MD
@D+

Dimensions [mm] Inserts
Article sz | Stock Teeth ]
' o> | @0, | a, L | ™MD IC R
—_—_—
QCH-16-APKT11-M8-02 ° 16 125 10.5 25 8 2 0.028
QCH-20-APKT11-M10-03 ° 20 18 10.5 30 10 3 0.059
QCH-25-APKT11-M12-04 ° 25 21 10.5 35 12 4 0.104 APKT11T3
QCH-32-APKT11-M16-05 ° 32 29 10.5 43 16 5
QCH-40-APKT11-M16-06 ° 40 29 10.5 43 16 6
QCH-25-APKT16-M12-02 o 25 21 10.5 38 12 2 0.09
QCH-32-APKT16-M16-03 ° 32 29 10.5 46 16 3 APKT1604
QCH-40-APKT16-M16-04 o 40 29 10.5 46 16 4
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604
@D 16-40 25-40
. I60M4*8.4 |
v Screw (insert) (34Nm)
v Screw (insert) 160M2576.5T
(1.0Nm)
9 | Wrench (insert) WTO8IP WT15IP
System code B26 Grade selection B24 Technical info B463 Cutting data B224
N
B204 v



Indexable heads — QCH series Indexable milllng

© Ideal machining conditions APKT L S d
€3 Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts €% Unfavourable machining conditions 1604 |17.877| 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
] s P SOROBBRE S SHBRE OO0 O
; p—— M| DBBHBEE Sooee OO0 O
owl b _ _______ R K 88 O 60 @
: 1171 N € S
88 L S % B 0BBG
H
Ne—c—M— NN NNNAN AN E
50 CWISBSOda NEEREEEEREE B 25
LLLLLLLRLLLLLRRRQE £ 29
APKT11T304-ALH 04 | 65 ° o0
& APKT11T308-ALH 08 | 6.5 ° oo
o APKT160408-ALH 0.8 |9.33 [ o0
APKT11T304-APF 04 | 6.5 °
fu APKT11T308-APF 0.8 | 6.5 °
e,
APKT160408-APF 0.8 |9.33 ° o o
APKT11T304-APM 04 | 6.5 ° [} °
APKT11T308-APM 0.8 | 6.5 ° ° °
APKT11T312-APM 12 | 65 ° ° °
APKT11T316-APM 16 | 65 ° ° °
@ APKT11T320-APM 2 |65 ° ° °
-_— APKT160408-APM 0.8 |9.33 ° [ I °
APKT160416-APM 1.6 19.33 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 1933 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5 °
O APKT11T308-LH 08 | 6.5
APKT160408-LH 0.8 |9.33
APKT11T304-PF 04 | 6.5 o ° ° °
APKT11T308-PF 0.8 | 6.5 ¢} °
T APKT11T312-PF 1.2 | 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 o0 o ° °
APKT11T308-PM 08 |65 |e @ e o 000 ° oo °
) APKT11T312-PM 1.2 | 65 o o ° [}
W | APKT11T316-PM 16 | 65 ° o e o©
APKT160408-PM 08 |933|/0 @ o 000 0 o o o0 °
APKT160416-PM 16 |933 |0 °
APKT11T304-PR 04 | 6.5 o o o
&’ APKT11T316-PR 16 | 65 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 Indexable heads — QCH series

Indexable heads - QCH series

QCH-RD 0 & @

— 4
@D

L
Dimensions [mm] Inserts
Article sl | Stock Teeth
' oD | @D, L MD &
QCH-16-RD07-M8-02 ° 16 15 25 8 2 0.027
QCH-20-RD07-M10-03 o 20 18 30 10 3 0.058 RDKW0702
QCH-25-RD07-M12-03 ] 25 21 35 12 3 0.093
QCH-20-RD10-M10-02 ¢} 20 19 30 10 2 0.054
QCH-25-RD10-M12-02 o 25 24 35 12 2 0.097 RDKW10T3
QCH-32-RD10-M16-03 o 32 30 45 16 3 0.183
QCH-32-RD16-M16-02 o 32 30 45 16 2 0.156 RDKW1605
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert RDKWO0702 RDKW10T3 RDKW1605
@D 16-25 20-32 32
v Screw (insert) 160M2.5*5.0 160M4*8 160M5%13 ‘
(1.0 Nm) (3.4 Nm) (6.7 Nm)

€ | Wrench (insert) WTO8IP WT15IP

) Wrench (insert) WT20IT

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

<
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Indexable heads — QCH series Indexable mi"ing

RDKW 1.C S d
© Ideal machining conditions 07 02 7 2.38 2.7
€3 Normal machining conditions 10 T3 10 3.97 4.4
Milling inserts €%  Unfavourable machining conditions 16 05 16 | 55 | 55
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBR 6 SOBHEHE OO0 O
M| SBODBE SOORBE OO O
a K B O SO Ex]
© wad
N &b PR
iar‘ b AR EEELUL
H
Ne—— M NN N — E
IS0 22ddmrg223838R282 |2 55
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)
SE>E>>>>>>>>>>>>>>>> |5 |>>
RDKW10T3MO ® O o ° ° o
0 RDKW1605MO o ® 0O
RDKWO0702MO-1 ° °
0 RDKW0702MO-2 °
® 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 Indexable heads — QCH series

Indexable heads - QCH series

QCH-RD

@D

L
Dimensions [mm] Inserts
i s
Article sz | Stock o0 oD, ) VD Teeth &
QCH-15-RDKW0702-M8-02 ° 8 125 23 8 2
QCH-15-RDKW0702-M8-03 ° 8 125 23 8 3
RDKW0702
QCH-20-RDKW0702-M10-04 ° 13 18 30 10 4
QCH-25-RDKW0702-M12-05 ° 18 21 35 12 5
QCH-20-RDKW1003-M10-02 o 10 18 30 10 2
QCH-25-RDKW1003-M12-02 ° 15 21 35 12 2
QCH-25-RDKW1003-M12-03 ° 15 21 35 12 3
RDKW1003
QCH-30-RDKW1003-M16-04 ° 20 29 43 16 4
QCH-35-RDKW1003-M16-04 ° 25 29 43 16 4
QCH-42-RDKW1003-M16-05 o 32 29 43 16 5
QCH-24-RDKW12T3-M12-02 ° 12 21 35 12 2
QCH-35-RDKW12T3-M16-03 ° 23 29 43 16 3 RDKW12T3
QCH-42-RDKW12T3-M16-04 ° 30 29 43 16 4
QCH-32-RDKW1604-M16-02 o 16 29 43 16 2 RDKW1604
® Ex stock © On demand
* With internal cooling
Spare parts
Insert RDKW0702 RDKW1003 RDKW12T3 RDKW1604
@D 20-42 24-42 32
(1) Clamp WX16N
v Screw (clamp) 16OMA510
(50Nm)
. Screw (clamp) LOM3.5%7.1
v Screw (insert) 160M2.5*5.0 160M3.5*7.7 160M3.5*7.7 160M4.5*10
(1.0 Nm) (2.7 Nm) (2.7 Nm) (5.0 Nm)
9 | Wrench (insert) WTO7P WT15P WT15P
/x Wrench (insert) WT20T
System code B26 Grade selection B24 Technical info B463 Cutting data B224
N
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Indexable heads — QCH series Indexable milllng

Turning

RDKW 1.C S d
07 02 7 2.38 2.7
© Ideal machining conditions 10 03 10 3.18 3.9
€3 Normal machining conditions 12 T3 12 3.97 3.9
Milling inserts €% Unfavourable machining conditions 16 04 16 | 476 | 52
RD** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P SOROBHE O ShBee OO0 O
M| DBRODBEE Shhese OO0 O
a K B8 O S 1@) o
© wad
N &b PR
o
b}d h S E & B BoRe
H
N =D AT HRNN—ANo WA NN N H
150 fesddsfgeeqgRaR2Q2 |2 |55
UVUU=2=220000aa0VYyuyuyuu 9 = N
(e g e el a R el aajilaa ) ea Wiea iifa'a Wiea fifaa Rifaa Mifaa Wi aa R aa ) = b4 [ala)
S>> >>>>>>>>>5 |5 |[=>
RDKW0702MO-1 ° °
RDKW0702MO-2 °
RDKW1003MO-1 o0 L)
RDKW1003MO-2 °
RDKW1003MO-3 ° °
\ o RDKW12T3MO-1 o0 e 00
RDKW12T3MO-2 () o
RDKW12T3MO-3 ° °
RDKW1604MO-1 ° L) °
RDKW1604MO-2
RDKW1604MO-3 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 Indexable heads — QCH series

Indexable heads - QCH series

QCH - ZOHX &

(®)]
£
c
5
|_
[a)]
& |:
B L
(®)]
£
E Dimensions [mm] Inserts
Article sz | Stock ~ 1
' oD oD, L MD Q
QCH-16-ZOHX16-M8 ° 16 15 28 8 0.029 ZOHX16
QCH-20-ZOHX20-M10 ° 20 19 30 10 0.048 ZOHX20
C QCH-25-ZOHX25-M12 ° 25 24 35 12 0.087 ZOHX25
QCH-30-ZOHX30-M16 ° 30 29 45 16 0.17 ZOHX30
QCH-32-ZOHX32-M16 ° 32 30 45 16 0.18 ZOHX32
® Ex stock o0 On demand
[o)) * With internal cooling
c
%
o
Spare parts
Insert ZOHX16 ZOHX20 ZOHX25 ZOHX30 ZOHX32
@D 16 20 25 30 32
D “’ Screw (insert) 170M5*12TT 170M5*16TT I70M6*20TT 170M8*25TT 170M8*25TT
(6.7 Nm) (6.7 Nm) (9.1 Nm) (16.2 Nm) (16.2 Nm) ‘
N
% Wrench (insert) WT20IP WT20IP WT20IP
c
© O /
2%
c
6 § ) Wrench (insert) WT30IT WT30IT
L
.=
X
[
©
£
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable heads — QCH series Indexable milllng

ZOHX 1.C S d
16 16 4 5
20 20 5 5
O Ideal machining conditions 25 25 6 6
€3 Normal machining conditions 30 30 7 8
Milling inserts €% Unfavourable machining conditions 32 32 7 8
ZO** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P BB BDBH & DHEHHs OO O
M| DBHHDBE DHEHeHs OO0 O
K DB O 2 1@) &
N St D e
S CEI O&BH o
H
M — — =
1SO R §§§ﬁﬂ@§§§§8§§2§§§2 < |35
JOU=S=50000RQ000U00Y U =«
[oa e e e e R wa e R va | e Riea WY a'a JiYaa JiYa R o'a WY o'a QY o'a N 2 § (=g = [alya)
S>E>>>>>>>>>>>>>>>5 |5 >
ZOHX1604-GF °
ZOHX2005-GF 10 °
§° J | ZOHX2506-GF 12,5 o
ZOHX3007-GF 15 °
ZOHX3207-GF 16 °
ZOHX1604-GM 8 °
ZOHX2005-GM 10 °
B
v ZOHX2506-GM 12.5 o
ZOHX3007-GM 15 °
ZOHX3207-GM 16 °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling General milling inserts

O  Ideal machining conditions HNGX L 1.C S
€3 Normal machining conditions 09 05 9.16 |15.875] 5.56
Milling inserts €2 Unfavourable machining conditions
HN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 3583558 & SHEHBee:s OO0 O
M| DBRHDBSH DHHEE OO0 O
K B O B0 EX
N &5 Des
S CCICX OB BB
S
H
Ne—c—M— NN NNNN N B
150 r 2280880022828 8282 2 |55
J00==220000QVVLVLVULVLVY (U =&
[oa e R e e R el e R ca liaa ) [ ea Wfaa Wi a'a Wifa'a Wifa'a Rifa'a Wi a'a Wifa'a Wi a'a |l = =z [ala)
S>>>>5>>>>>>>>>>>>5> |5 |>>
HNGX090530-HDR 3 [oNe)
HDR
Q
HNGX090516-MR 1.6
MR | HNGX090520-MR 2
\
® 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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General milling inserts Indexable milllng

O  Ideal machining conditions LNE3 L W S
€3 Normal machining conditions 2.53 |15875] 476 | 9.525
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
LW P 353508 & SHBe: OO0 O
. . g
. 0= M| SBBOOG BOBWBE 00 (O
: K B O B0 &
Ll K
i N o o0
: ; S LI OB BB
H
Ne—c— M=~ NN—=NolhNNNN N = -L—}
150 r 1328888288888 0 55
O0U==20000R000VU0ULVLY U =&
[a N R e e R e R va R a laa )l fo'a Riaa Wi o'a Wia'a Qi a'a fia'a Wi a'a Wi a'a Wi a'a 0= P [ala)
S>>>>>>>>>>>>>>>>> |5 > >
LNE32.534 1.6 [olNoRNe)
[E—
® 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 General milling inserts

O  Ideal machining conditions LNCX LW L )
€3 Normal machining conditions 18 06 10 24 6.4
Milling inserts €2 Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SORBBR S SHEHBee:s OO0 O
M| B8DB8 DHHEE OO0 O
K @ O B0 LK
16 N &b Des
S LI < OB BB
H
Ne—c—M— NN NNNN N B
150 bs RS2 Q8QRLRSSIISI IR [0 55
VVUU==2=20000aa0V0YYuyuyuv 9 = A
[<a Qe R e R a R e Ny~a R e R aa ) [faa Ji'a Qi a'a Wi o'a B a'a JiY 'a i a'a N 'a R a'a  =d =z [alya)
S>>>>>>>>>>>>>>>>5 |5 |>>
LNCX1806AZR 2.0 °
LNCX1806AZT11L 2.0
' LNCX1806AZT11R 20 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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General milling inserts Indexable milllng

O  Ideal machining conditions SNKN L 1.C )
€3 Normal machining conditions 12 04 12.7 12.7 4.76
Milling inserts §2  Unfavourable machining conditions 1504 |15875|15875| 476
SN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling General milling inserts

O  Ideal machining conditions SPCN L 1.C S
€3 Normal machining conditions 12 03 12.7 12.7 14
Milling inserts §%  Unfavourable machining conditions 1504 |15875|15875| 14
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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General milling inserts Indexable milllng
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MiIIing inserts §%  Unfavourable machining conditions 1203 | 127 | 127 | 318
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling General milling inserts

SPMT L 1.C S d
A O  Ideal machining conditions 0603 | 635 | 635 | 3.18 | 28
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General milling inserts Indexable milllng

O  Ideal machining conditions SP** L 1.C )
€3 Normal machining conditions 12 03 12.7 12.7 3.18
MiIIing inserts §%  Unfavourable machining conditions 1504 | 1587515875 | 476
SP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling General milling inserts

O  Ideal machining conditions TPCN L 1.C )
€3 Normal machining conditions 22 04 22 12.7 4.76
Milling inserts €2 Unfavourable machining conditions
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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General milling inserts Indexable milllng

O Ideal machining conditions TPKN L 1.C S
€3 Normal machining conditions 16 03 165 | 9525 | 3.18
Milling inserts €2 Unfavourable machining conditions
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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Indexable mllling General milling inserts

TP** L I.C S
09 02 9.63 5.56 2.38
O Ideal machining conditions 1103 n 635 3.18
€ Normal machining conditions 16 03 165 | 9525 | 3.18
MiIIing inserts €8 Unfavourable machining conditions 2288 22 127 | 476
TP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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System code B26 Grade selection B24 Technical info B463 Cutting data B224
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