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Series

FMA12

Milling body

Inserts

ONHUO08T6

Kr

45°

Application

M K/ NS

Features

- Diameter range @63 - 315 mm
- For steel, stainless steel and cast iron
- Inserts with 16 cutting edges

Page

B52

FMDO02

PNEG1105

67°

- Diameter range @50 - 315 mm

« For steel, stainless steel and cast iron
- Inserts with ten cutting edges

- Wedge clamping or screw clamping
« Normal and fine pitch

B56 -

FMAO07

ONHU0604

45°

- Diameter range @25 — 50 mm
- For steel and cast iron
« Inserts with 16 cutting edges

B42

FMAO07

ONHU0604
ONHUO08T5

45°

- Diameter range @40 — 315 mm
- For steel and cast iron
- Inserts with 16 cutting edges

B44

FMA11

SNEG1205
SNEG1506
SNEG1907

45°

- Diameter range @63 — 315 mm

- For steel, stainless steel and cast iron

- Inserts with eight cutting edges

- Double sided, thicker inserts for high
stability and deeper cutting depths

- Wiper geometry for good surface
quality

- Normal and fine pitch

B48

EMPO1

APKT11T3
APKT1604

90°

- Diameter range @12 — 63 mm

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

- Weldon shank

- For square shoulder milling, slot
milling and ramping

- Milling cutter with positive, soft
cutting geometry

- Inserts with two cutting edges

B94-
29

EMPO02

EMP0O9

APKT11T3
APKT1604

LNKT120608PNR-GM

90°

90°

- Diameter range @12 — 63 mm

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

- Weldon shank

- For square shoulder milling, slot
milling and ramping

- Milling cutter with positive, soft
cutting geometry

« Inserts with two cutting edges

Diameter range @40 — 125 mm

- Sharp cutting edge geometry
combined with robust tangential
inserts

- First choice for large cutting depths
with high feed rates.

- Specially designed cutting edge
with high precision control for high
quality 90 degree square shoulder
milling

B100

B110

EMP13

ANGX1105
ANGX1506

90°

- Diameter range @40 — 250 mm

« For steel, cast iron and non-ferrous
metals

- Double sided, thicker inserts for high
stability and deeper cutting depths

- Inserts with four cutting edges

B116

EMP13

ANGX1105
ANGX1506

90°

- Diameter range @25 — 40 mm

- For steel, cast iron and non-ferrous
metals

- Double sided, thicker inserts for high
stability and deeper cutting depths

- Inserts with four cutting edges

B118




FMAQO7 "~

Face mill

High cost-benefit factor due to 16 cutting edges.
Thick insert for best stability and break resistance.

Different chip breakers for best chip breaking.

Two insert sizes available.

Insert grades
YBC302 YBG202 YBM253 YBM351
cvD PVD cvD cvD
P15-P35 P10-P30 P20-P40 P25-P40
YBG205 YB9320 YBD152
PVD PVD cvD
P10- P30 P15-P25 K05-K25

M20- M30 M20-M30

Chip breakers
-PF -PM

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

2x8 cutting edges




Indexable milling racemiling

Face milling

FMAO7 Kr:45° 0

Turning

@D1
@D

ap

@/h

L1

od

Weldon-Schaft

()]
=
E Stock Dimensions [mm] Inserts
Article sk Teeth
FMAO07-025-XP20-ON06-02 e O 25 37 20 45 95 4 2 0.2
FMA07-025-XP20-ON06-02C * e O 25 37 20 45 95 4 2 0.2
, ONHU0604
C FMAO07-032-XP25-ON06-02C S e o 32 44 25 55 111 4 2 0.4
FMAO07-040-XP25-ON06-03 e o 40 52 25 50 106 4 3 0.4
FMAO07-032-XP25-ON08-02 e O 32 47 25 55 111 5 2 0.4
FMAO07-032-XP25-ON08-02C £ e O 32 47 25 55 111 5 2 0.4
FMAO07-040-XP25-ON08-03 e o 40 55 25 55 111 5 3 0.5 ONHUO08T5
o
= FMAO07-040-XP25-ON08-03C £ e o 40 55 25 55 111 5 3 0.5
E FMAO07-050-XP25-ON08-04 e o 50 65 25 55 111 5 4 0.6
®Ex stock oOn demand
* With internal cooling
D Spare parts
Insert ONHU0604 ONHU08T5
@D 25-40 32-50
_c
g2 B scew insert 160M4*10 I60M5*13
E ©
= [E
RS
= q_E . Wrench (insert) WT20IT
- Wrench (insert) WT15IS
<
()
©
=
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

(2 Ideal machining conditions ONHU L I.C S d
£ Normal machining conditions 06 04 | 6.58 |15.875| 4.76 44
Milling inserts & Unfavourable machining conditions 087T5 | 837 | 202 | 577 | 53
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHRDBHBH O GOBHHE OO0 O
M| SROBOBH LOH@weE OO0 O
K S O SO £&
N & St
S ECI X OBBB
H
Ne—= =M~ = NNl N L‘i
1SO rgeddasgeegalRal2g2 2 155
UUU=2=220000a0U0uyuvuy |U = N
[eagea N R a i sa i =a Ji ca l=a ) aa i aa ifa'a Wi a'a ifa'a i a'a ifaa Wi a'a i aa )l g =z [ala)
S>E>>>>>>F>>>>>>>>>> |5 |[>>
ONHU060408-PF 08 | @ [¢) o °
- ONHUO08T508-PF 08 | @ ° o ° °
ONHU060408-PM 08 | @ [ ® O
- ONHU08T508-PM 08 | @ ° oo
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(2} Ideal machining conditions ONHU L I.C S d
£2  Normal machining conditions 08 T5 6.9 20.5 6 53
Milling inserts &  Unfavourable machining conditions
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P 5hsaBeE © SHBBRE OO0 O
M| SRBDBB GOBex OO0 O
K B O S0 o
N &b D
) g% @ OHBBB
H
M — — ~N N [\ NN e
IS0 r 2288880 RSSRg SR RRD 2 5o
UUU=Z=22000V0a0VUuUuyuvuyu |U = N
[ea e e R e N va R wa N va l e ) faa Qi wa B a B aa Bifaa Bifaa Wifaa By o MY e § (=g z (alya)
S>E>>>>>>>>>>>>>>>5 |5 [>>
. ONHU08T508-W 0.8 ° o
®Ex stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
4
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Indexable milling racemiling

Face milling

FMAO7 Kr:45° 0

Stock Dimensions [mm] Inserts
) - .

Article b qlL o5 oD, o ) . Teeth Coupling -
FMAO07-050-A22-ON06-05 e o 50 62 22 40 4 5 A 0.3
FMAO07-050-A22-ON06-05C x e o 50 62 22 40 4 5 A 0.3
FMAO07-063-A22-ON06-06 e o 63 75 22 40 4 6 A 0.5
FMAO07-063-A22-ON06-06C x e O 63 75 22 40 4 6 A 0.5
FMAO07-080-A27-ON06-07C x e o 80 92 27 50 4 7 A 1
FMAO07-080-B27-ON06-07 e o 80 92 27 50 4 7 B 1
FMA07-080-B27-ON06-07C £ e o 80 92 27 50 4 7 B 1
FMAO07-100-B32-ON06-08 e o 100 112 32 63 4 8 B 1.9 ONHU0604
FMAO07-100-B32-ON06-08C * e o 100 112 32 63 4 8 B 1.9
FMAO07-125-B40-ON06-09 e O 125 137 40 63 4 9 B 35
FMAO07-125-B40-ON06-09C x e o 125 137 40 63 4 9 B 35
FMAO07-160-C40-ON06-11 o o 160 172 40 63 4 11 C 43
FMAO07-200-C60-ON06-13 o o 200 212 60 63 4 13 C 6.4
FMAO07-250-C60-ON06-15 o o 250 262 60 63 4 15 C 13.4
FMAO07-315-D60-ON06-17 o o 315 327 60 80 4 17 D 21.9

."I;l\-liA07-063-A22-0N08-05 e O 63 --------- 7 8 -------- 2 2405 5 A os
FMAO07-063-A22-ON08-05C x e O 63 78 22 40 5 5 A 0.5
FMAO07-080-A27-ON08-06C x e o 80 95 27 50 5 6 A 0.9
FMA07-080-B27-ON08-06 e o 80 95 27 50 5 6 B 0.9
FMAO07-080-B27-ON08-06C £ o o 80 95 27 50 5 6 B 0.9
FMAO07-100-B32-ON08-07 e o 100 115 32 63 5 7 B 1.8
FMAO07-100-B32-ON08-07C x e o 100 115 32 63 5 8 B 3.1 ONHUO08T5
FMAO07-125-B40-ON08-08 e o 125 140 40 63 5 8 B 3.1
FMAO07-125-B40-ON08-08C x e O 125 140 40 63 5 8 B 3.1
FMAO07-160-C40-ON08-10 e o 160 175 40 63 5 10 C 4.1
FMAO07-200-C60-ON08-12 e o 200 215 60 63 5 12 C 6.1
FMAO07-250-C60-ON08-14 e o 250 265 60 63 5 14 C 12
FMAO07-315-D60-ON08-16 e o 315 330 60 80 5 16 D 21
®Ex stock oOn demand

% With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216

B44



FMAT1*”

New face mill generation

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

More stability for larger cutting depths.

Wiper geometry for better surface quality.

Insert grades

YBC302 YBM253 YBD152

cvD cvD cvD
. P15-P35 P10-P40 K05-K25
8 cutting edges
YBD252 \BG205 \B9320
cvD PVD PVD
K15-K35 P10-P30 P15-P25

M20-M30 M20-M30

Chip breakers

-GM -GR

E - General machining B - Stable cutting edge
-E -wW

« Sharp cutting edge « Wiper geometry for
- First choice for stainless best surface quality
steel

Insert sizes

9.0mm

a,max:

=

SNEG1205ANR- SNEG1506ANR- SNEG1907ANR-
GM/GR GM/GR GR
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Indexable milling racemiling

Face milling

FMA11 Kr:45° 0

B4s

C D
Stock Dimensions [mm] Inserts
) - .

Article b qlL o5 oD, o ) . Teeth Coupling B
FMA11-063-A22-SN12-05 o 63 74.47 22 40 5.5 5 A 0.55
FMA11-063-A22-SN12-06 ° 63 74.47 22 40 5.5 6 A 0.58
FMA11-080-A27-SN12-06 ° 80 91.47 27 50 55 6 A 1.14
FMA11-100-B32-SN12-07 ° 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-07C x ° 100 11147 32 50 55 7 B 1.42
FMA11-100-B32-SN12-10C x ° 100 11147 32 50 5.5 10 B 1.42
FMA11-125-B40-SN12-08 ° 125  136.47 40 63 5.5 8 B 2.86 SNEG1205
FMA11-125-B40-SN12-08C £ ° 125  136.47 40 63 55 8 B 2.86
FMA11-125-B40-SN12-12C X e 125 13647 40 63 5.5 12 B 2.86
FMA11-160-C40-SN12-10 ° 160 17147 40 63 55 10 C 4.06
FMA11-160-C40-SN12-15 ° 160 17147 40 63 55 15 C 4.06
FMA11-200-C60-SN12-14 ° 200 212.08 60 63 55 14 C 6.89
FMA11-063-A22-SN15-05 . 63 774 2 40 7 5 A 0s6
FMA11-080-A27-SN15-06 ° 80 94.4 27 50 7 6 A 1.06
FMA11-100-B32-SN15-07 ° 100 1144 32 50 7 7 B 1.47
FMA11-100-B32-SN15-07C x ° 100 1144 32 50 7 7 B 1.47
FMA11-100-B32-SN15-09C x o 100 1144 32 50 7 9 B 1.47
FMA11-125-B40-SN15-08 ° 125 1394 40 63 7 8 B 2.7
FMA11-125-B40-SN15-08C x ° 125 139.4 40 63 7 8 B 2.7 SNEG1506
FMA11-125-B40-SN15-10C £ ° 125  140.25 40 63 7 10 B 3.1
FMA11-160-C40-SN15-10 ° 160 1744 40 63 7 10 C 3.92
FMA11-160-C40-SN15-13 ° 160 17525 40 63 7 13 C 4.14
FMA11-200-C60-SN15-12 ° 200 2144 60 63 7 12 C 5.46
FMA11-250-C60-SN15-14 ° 250 264.4 60 63 7 14 C 11.26
FMA11-315-D60-SN15-18 ¢} 315 3294 60 80 7 18 D 20
®Ex stock oOn demand

*¢ With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

Stock Dimensions [mm] Inserts
Article sk Teeth Coupling
"IRIL| oD | @D, | ed | L | aym E
FMA11-125-B40-SN19-07 ° 125 14263 40 63 9 B 3
FMA11-125-B40-SN19-07C sk (] 125 142.63 40 63 9 B 3
FMA11-160-C40-SN19-09 ° 160 167.63 40 63 9 C 4.25
SNEG1907
FMA11-200-C60-SN19-11 ] 200 217.63 60 63 9 11 C 6.18
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
FMA11-315-D60-SN19-16 o 315 33263 60 80 9 16 D 20.9
oEx stock oOn demand
*% With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
oD 63-200 63-315 125-315
Bl scew nsert I60M3.5*10 I60M5*13 143M6*16
- Wrench (insert) WT15IS
. Wrench (insert) WT20IT WT25IT
SNEG L 1.C S d
() Ideal machining conditions 1205 | 76 12 | 476 | 46
£ Normal machining conditions 1506 | 94 15 554 | 55
Milling inserts g8 Unfavourable machining conditions 19 07 | 12.1 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o ¢ P SO Be: © SHBBRE OO0 O
0° O
M| SRBDBB GOBesEx OO0 O
K B O S0 &k
N &b D
S g% @ OHBBB
H
[aal oo [\ NN NN e
N — — — = — — =
1SO ro| bs gggﬂﬂ%ﬂﬂ&?ﬁﬁﬁa%ﬁnﬂ 2 = B
UUU=Z=22000V0a0VUuUuyuvuyu |O =
[ea e e R e Ny va R wa N va l e faa Qi wa M aa B aa Bifaa Bifaa Wifaa By o MY e § (=g z (alya)
SS>E>>>>>>>>>>>>>>>5 |5 |[>>
SNEG1506ANR-E 09 |13 °
SNEG1205ANR-GM 08 |[1.05| @ ° ° °
a SNEG1506ANR-GM 09 13| e ° ° °
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable milling racemiling

SNEG L 1.C S d
2} Ideal machining conditions 1205 | 7.6 12 476 | 46
£2  Normal machining conditions 15 06 94 15 554 | 55
Milling inserts #  Unfavourable machining conditions 1907 | 121 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P SOHRDBHBH O GOBHE 00 O
0° O
M| GROOBH GOHwe OO0 O
K B O S0 &
N &8 Srb
S ECI X OBBB
H
N—-—m;;NN\—NOLﬂNNNNN‘_ L‘—J
ISO r b [R28dmBeeNg5328 2 |2 |55
UUU=2=2=2000V0a000Uuuuvuy &) - N
[eagea Moo Q- i el =a Ji ca liaa ) [ aa R aa ifa'a Wifa'a ifa'a i a'a lfa'a Wi a'a e ) g =z [alya)
S>E>>>>>>F>>>>>>>>>> |5 |[>>
SNEG1205ANR-GR 0.8 |1.05| @ ° °
B SNEG1506ANR-GR 09|13 | e ° °
SNEG1907ANR-GR 1 [167] @ ° °o o
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(Z)  Ideal machining conditions SNEG L I.C S d
£2  Normal machining conditions 12 05 12 12 4.76 4.6
Milling inserts &%  Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHRDHBH O LoD 00 O
M| GROBDBH GODeE OO0 O
K S O SO0 &
N &8 b
S g ODBBB
H
NPT HRNN=-NoWLAANANA A= E
ISO N RgexddaiieeqRaNanre |2 |55
UUU=2=2=2000V0a00Uuuuuvuy 9 = N
[ea o Moo R e N ~a R =l ca Jaa ) [ oa i aa ifa'a Wi a'a ifa'a i a'a a2 Wi a'a i aa )l g P4 [alya)
S>> >>>>>>>> |5 |[>=>
|| SNEG1205ANR-W 0.6 [0.8 °
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Face mill

B High cost-benefit factor due to 16 cutting edges.
B Three-dimensional chip breaker for tough materials.

B Smooth cut due to positive and sharp cutting edge.

Insert grades

MBIM253 WBE&205 YBD152

PVD PVD cvD
P20-P40 P10-P30 K05-K25
M10-M30 M10-M30

16 cutting edges

Chip breakers

-GM

a,max

ONHU08T624R-GM

3D cutting edges
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Indexable milling racemiling

Face milling

FMA12 Kr:45° 0

Stock Dimensions [mm] Inserts
Article sk Teeth | Coupling ;
"IRIL| @0 | @D | od | L | apm @
FMA12-063-A22-ON08-05 ° 63 78 22 50 5 5 A 0.6
FMA12-080-A27-ON08-06 ° 80 95 27 50 5 6 A 0.97
FMA12-100-B32-ON08-07 ° 100 115 32 50 5 7 B 1.28
FMA12-100-B32-ON08-07C x ° 100 115 32 50 5 7 B 1.28
FMA12-125-B40-ON08-08 ° 125 140 40 63 5 8 B 2.59
, ONHUO08T6
FMA12-125-B40-ON08-08C kS ° 125 140 40 63 5 8 B 2.59
FMA12-160-C40-ON08-10 ° 160 175 40 63 5 10 C 4.1
FMA12-200-C60-ON08-12 ° 200 215 60 63 5 12 C 5.68
FMA12-250-C60-ON08-14 o 250 265 60 63 5 14 C 11.9
FMA12-315-D60-ON08-18 ¢} 315 330 60 80 5 18 D 2041
®Ex stock oOn demand
*< With internal cooling
Spare parts
Insert ONHU08T6
oD 63-315
- Screw (insert) 160M5%13
. Wrench (insert) WT20IT
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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racemiling INdexable milling

Ideal machining conditions ONHU L I.C S d
£2  Normal machining conditions 08 T6 | 638 | 20.2 6.3 53
Milling inserts &%  Unfavourable machining conditions
ON** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOHRDBHBH O GOBHHE OO0 O
M| DOBDBHE LOH@weE OO0 O
K 8 O SO $&
N & St
S ECI X OBBB
H
N — — M — — N N|[— n NN N 8
150 r RR8888rReeRes R n |2 |55
JU0U=S=5S0000R00000ulu U =«
[eagea N R a i sa i =a Ji ca l=a ) aa i aa ifa'a Wi a'a ifa'a i a'a ifaa Wi a'a i aa )l g =z [ala)
S>>>>>>>>>>>>>>>>5 | |[>>
E | ONHU08T624R-GM 2.4 ° o °
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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FMDO0Z2

Face mill

Smooth-cutting inserts due to trough-shaped chip breaker.
Chamfer with wiper for best surface quality.

Wide selection of inserts with 6 different chip breakers.

Milling body available in wide, normal and close pitch
(wedge clamping).

Insert grades

YBC302 YBM253 YBD152 YBD252
cvD PVD cvD cvD

P15-P35 P10-P40 K05-K25 K15-K35
2x5 cutting edges
Chip breakers
-CF -CM -CR -PF -PM -PR

- Castiron machining - Steel
67° a,max=5mm 67°\  a;max=7.5mm

7.5mm

- Entry angle Kr = 67° « Screw clamping

» Wedge clamping + Wiper
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Indexable milling racemiling

Face milling

FMDO2 Kr:67° 0

Bs6

Stock Dimensions [mm] Inserts
) - .

Article b qlL o5 oD, o ) . Teeth Coupling .
FMDO02-050-A22-PN11-04 e e 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-04C x o o 50 60.1 22 50 5 4 A 0.6
FMDO02-050-A22-PN11-05 e O 50 60.1 22 50 5 5 A 0.6
FMDO02-050-A22-PN11-05C x e O 50 60.1 22 50 5 5 A 0.6
FMDO02-063-A22-PN11-05 e o 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-05C x e O 63 73.1 22 50 5 5 A 0.8
FMDO02-063-A22-PN11-06 e O 63 73.1 22 50 5 6 A 0.9
FMDO02-063-A22-PN11-06C £ e o 63 73.1 22 50 5 6 A 0.9
FMDO02-080-A27-PN11-06 e o 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-06C x e O 80 90.1 27 50 5 6 A 1.1
FMDO02-080-A27-PN11-08 e o 80 90.1 27 50 5 8 A 1.2
FMDO02-080-A27-PN11-08C x e o 80 90.1 27 50 5 8 A 1.2
FMDO02-100-B32-PN11-07 e o 100 1101 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-07C £ e o 100 1101 32 50 5 7 B 1.8
FMDO02-100-B32-PN11-10 e o 100 110.1 32 50 5 10 B 1.9
FMDO02-100-B32-PN11-10C x o o 100 110.1 32 50 5 10 B 1.9 PNEGTTO5
FMDO02-125-B40-PN11-08 e e 125 1351 40 63 5 8 B 29
FMDO02-125-B40-PN11-08C x o o 125 135.1 40 63 5 8 B 29
FMDO02-125-B40-PN11-12 e o 125 1351 40 63 5 12 B 32
FMDO02-125-B40-PN11-12C £ o o 125 135.1 40 63 5 12 B 3.2
FMDO02-160-B40-PN11-10 e o 160 1701 40 63 5 10 B 5.6
FMDO02-160-B40-PN11-14 e o 160 170.1 40 63 5 14 B 6.4
FMDO02-200-C60-PN11-12 o o 200 2101 60 63 5 12 C 7.9
FMDO02-200-C60-PN11-16 e o 200 210.1 60 63 5 16 C 8.5
FMDO02-200-C60-PN11-20 o o 200 2101 60 63 5 20 C 8.5
FMDO02-200-C60-PN11-24 e o 200 210.1 60 63 5 24 C 8.6
FMDO02-250-C60-PN11-14 o o 250 260.1 60 63 5 14 C 13.4
FMDO02-250-C60-PN11-18 e o 250 260.1 60 63 5 18 C 18
FMDO02-250-C60-PN11-30 o o 250 260.1 60 63 5 30 C 135
FMDO02-315-D60-PN11-26 e o 315 3251 60 80 5 26 D 245
®Ex stock oOn demand

*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216



racemiling INdexable milling

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

2} 1deal machining conditions PNEG L 1.C S d
£ Normal machining conditions 11 05 54 |15.875| 556 | 4.64
MiIIing inserts 48 Unfavourable machining conditions
PN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OB © LooRE 00 O
M| SRBOBH GoBesx OO0 O
K B O S0 &
N &8 SRR
S o @ OHBBB
H
[ael oo [\ NN NN e
N — — = 15 — — —
IS0 bs |am SRS ARALRESISI 53002 |2 |55
UUU=2=22000V0a0VU0uyuvuyu |U = N
[ea e e R e N va R e N va J e faa Qi aa B aa B aa Bifaa B o Wifaa B o MY e (=g z (alya)
S>E>>>>>>>>>>>>>>>> > > >
PNEG110512L-CF 1.6 o
. PNEG110512R-CF 1.6 5 °
PNEG110512L-CM 1.6 5 o
. PNEG110512R-CM 1.6 5 °
PNEG110512L-CR 1.6 o O
. PNEG110512R-CR 1.6 5 °
®Ex stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable m|||ing Square shoulder milling

Square shoulder milling

Bo4

/ ap
< o) = R | od
A L1
L
Straight shank
Dimensions [mm] Inserts
i N
Article sz | Stock . o . ) - Teeth @
"

EMP01-012-G16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMP01-012-G16-AP11-01C £ o 12 16 25 85 10.5 1 0.1
EMP01-016-G16-AP11-02 ° 16 16 25 90 10.5 2 0.1
EMP01-016-G16-AP11-02C S ° 16 16 25 90 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
EMPO01-020-G20-AP11-03 ° 20 20 30 100 10.5 3 0.2
EMP01-020-G20-AP11-03C x® ° 20 20 30 100 10.5 3 0.2 APKTITT3
EMP01-025-G25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMP01-025-G25-AP11-03C 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
EMP01-025-G25-AP11-04C b ° 25 25 35 115 10.5 4 0.4
EMP01-032-G32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMPO01-032-G32-AP11-04C x® o 32 32 40 125 10.5 4 0.7
EMP01-025-G25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMP01-025-G25-AP16-02C x ° 25 25 35 115 15.5 2 0.4
EMPO01-032-G32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMP01-032-G32-AP16-03C x ° 32 32 40 125 15.5 3 0.7
EMPO01-040-G32-AP16-03 ° 40 32 42 130 15.5 3 0.7
EMPO01-040-G32-AP16-03C x ° 40 32 42 130 15.5 3 0.7
EMPO01-040-G32-AP16-04 ° 40 32 42 130 15.5 4 0.8 APKTTG04
EMP01-040-G32-AP16-04C % ° 40 32 42 130 15.5 4 0.8
EMPO01-050-G32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-050-G32-AP16-05C b o 50 32 45 135 15.5 5 1
EMP01-063-G32-AP16-06 ° 63 32 45 135 15.5 6 14
EMPO01-063-G32-AP16-06C x o 63 32 45 135 15.5 6 1.4
®Ex stock oOn demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable m|||ing

Spare parts
Insert APKT11T3 APKT1604
@D 12-32 25-63
B scewinsert 160M2.5%6.5T
- Screw (insert) 160M4*8.4 1
= 3
Bl | Wrench (insert) WTO08IP “'..ié',"
b
- Wrench (insert) WT15S o

2 Ideal machining conditions APKT L S d
£ Normal machining conditions 11713 12.24 3.6 2.8
Milling inserts 4% Unfavourable machining conditions 16 04 |17.877 | 576 | 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SORBHBR © GB8Besx 00 O
r
: pa— M| SRBDBB GOBesEx OO0 O
LW @  od] K 8% O 80 o
; 11 N & & 8
880 L S %‘% * O 69 69 69
H
(i) oo o~ NN NN 2
N = — iy - n — —
ISO r |.wgggﬂﬂmi‘299§88§%ﬁn‘£ 2 = B
UUU=Z=22000V0a0VUuuouyuvuyu |U = N
[ea e e R e e R e N wa l e faa B wa B aa B aa Bifaa Bifaa Wifaa B o MY e (=g z (alya)
SE>>>>>>>>>>>>>>>5 |5 |[>>
APKT11T304-ALH 04 | 65 ° (I}
T | APKT11T308-ALH 08 | 65 . oo
e
APKT160408-ALH 0.8 |9.33 ° L)
APKT11T304-APF 04 | 65 )
WSSV | APKT11T308-APF 08 | 65 o
APKT160408-APF 0.8 |9.33 ° o o
APKT11T304-APM 04 | 65 ° ° °
APKT11T308-APM 08 | 6.5 ° ° )
APKT11T312-APM 1.2 | 65 ° ° °
APKT11T316-APM 16 | 6.5 ° ° °
H APKT11T320-APM 2 | 65 ° ° °
APKT160408-APM 0.8 |9.33 ° o o °
APKT160416-APM 1.6 |19.33 ° ° )
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 19.33 ° ° °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 65 L)
- APKT11T308-LH 08 | 6.5 L)
APKT160408-LH 0.8 |9.33 L)
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable m|||ing Square shoulder milling

2 Ideal machining conditions APKT L S d
€2 Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts &  Unfavourable machining conditions 16 04 |17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P |SOHRDDBH & SOOBHBE OO O
; pa—— M| GBODBEB SOHRE OO0 O
LW @ o K ®% O 80 £
: 110 . N EB 63 %
H
N,—.—S’;;ENNFNQU\NNNNNE E
ISO r WIS Raam LS8 dR]~Na2R= |= |55
VUU=2=220000a00Yyuyuyuu 9 = N
[ea Qe M e R el ~ali~a lialiaa ) ea e iifa'a Rifaa Wifaa Rifaa Mifaa Wi oa R aa ) = =z [ala)
S>>>>>>>>>>>>>>>>5 > > >
APKT11T304-PF 04 | 6.5 ¢) ° ° ° °
APKT11T308-PF 0.8 | 6.5 ¢} o )
e APKT11T312-PF 1.2 | 6.5 o
WSS | APKT11T316-PF 1.6 | 6.5 o
APKT160408-PF 0.8 [9.33 ° o e ) °
APKT160430-PF 3 1933
APKT11T304-PM 04 | 65| @ 0 @ o0 o ) °
APKT11T308-PM 08 | 65| @ @ © 0o 0 0 o ° o0 °
= | APKT11T312-PM 1.2 | 65 ¢} o ° o
WS | APKT11T316-PM 16 | 65 o o e o
APKT160408-PM 08 933/ @ @ @ @ @ @ 0 o ° o0 °
APKT160416-PM 1.6 [9.33 °
APKT11T304-PR 04 | 6.5 o o o
APKT11T308-PR 0.8 | 6.5 o
é APKT11T312-PR 12|65 o
APKT11T316-PR 16 | 65 o
APKT160408-PR 0.8 19.33 o
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable m|||ing

Square shoulder milling

EMPO1 Kr:90° 0 0 @

ap
@D|fec-—1—"—-—-—-—-— E[} -—|od
L1
L
Weldon shank
Dimensions [mm] Inserts
i s
Article sie | Stock o0 o . ) - Teeth N n
"
EMPO01-012-XP16-AP11-01 ° 12 16 25 85 10.5 1 0.1
EMPO01-012-XP16-AP11-01C £ o 12 16 25 85 10.5 1 0.1
EMPO01-016-XP16-AP11-02 ° 16 16 25 90 10.5 2 0.1
EMPO01-016-XP16-AP11-02C x ° 16 16 25 90 10.5 2 0.1
EMPO01-020-XP20-AP11-02 ° 20 20 30 100 10.5 2 0.2
EMP01-020-XP20-AP11-02C x ° 20 20 30 100 10.5 2 0.2
EMPO01-020-XP20-AP11-03 ° 20 20 30 100 10.5 3 0.2
EMP01-020-XP20-AP11-03C b ° 20 20 30 100 10.5 3 0.2 APKTITTS
EMP01-025-XP25-AP11-03 ° 25 25 35 115 10.5 3 0.4
EMPO01-025-XP25-AP11-03C £ ° 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 x ° 25 25 35 115 10.5 4 0.4
EMPO01-032-XP32-AP11-04 ° 32 32 40 125 10.5 4 0.7
EMPO01-032-XP32-AP11-04C x o 32 32 40 125 10.5 4 0.7
EMPO01-025-XP25-AP16-02 ° 25 25 35 115 15.5 2 0.4
EMP01-025-XP25-AP16-02C £ ° 25 25 35 115 15.5 2 0.4
EMPO01-032-XP32-AP16-03 ° 32 32 40 125 15.5 3 0.7
EMPO01-032-XP32-AP16-03C x ° 32 32 40 125 15.5 3 0.7
EMPO01-040-XP32-AP16-04 ° 40 32 42 130 15.5 4 0.8
EMPO01-040-XP32-AP16-04C x ° 40 32 42 130 15.5 4 0.8 APKT1604
EMP01-050-XP32-AP16-05 ° 50 32 45 135 15.5 5 1
EMP01-050-XP32-AP16-05C £ ° 50 32 45 135 15.5 5 1
EMPO01-063-XP32-AP16-06 o 63 32 45 135 15.5 6 1.4
EMPO01-063-XP32-AP16-06C x o 63 32 45 135 15.5 6 1.4
®Ex stock oOn demand
* With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable m|||ing Square shoulder milling

Spare parts
Insert APKT11T3 APKT1604
oD 12-32 25-63
B scewinsert I60M2.5%6.5T
- Screw (insert) 160M4*8.4 _%
.-'-fﬂ 3

- Wrench (insert) WT15S —

- ".r'
- Wrench (insert) WTO08IP g

(2 Ideal machining conditions APKT L S d
&8 Normal machining conditions 11 T3 12.24 3.6 2.8
Mi"ing inserts 4% Unfavourable machining conditions 16 04 | 17.877 | 5.76 4.4
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
s P |SORDBHH & SOk OO0 O
r
: pa— M| SBODEB DBODBEEEE OO O
LW @ od K ©% O 80 £
; 14 N € & %
88° L S %‘% %‘%’ O 69 69 69
H
IS0 rliwlgRod o 222N RNB2A= |= |55
VUU=Z=220000a0000VLYYLY U |=Aq
foa e N e e e R e i el va | faa Biaa Wi a'a BiYea JiYaa WY a'a WiYa'a JYe'a Ny 2 B =g z [alya)
S>E>>>>>>>>>>>>>>>5 |5 |>>
APKT11T304-ALH 04 | 65 ° L)
T | APKT11T308-ALH 08 | 65 . oo
e
APKT160408-ALH 0.8 |9.33 ° o0
APKT11T304-APF 04 | 6.5 °
ﬂ APKT11T308-APF 0.8 | 6.5 °
APKT160408-APF 0.8 |9.33 ° o o
APKT11T304-APM 04 | 6.5 () ° °
APKT11T308-APM 0.8 | 6.5 () ) °
APKT11T312-APM 1.2 | 65 [ ) °
APKT11T316-APM 1.6 | 65 [ ° °
E APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 |9.33 () e o °
APKT160416-APM 1.6 1933 [ [ °
APKT160420-APM 2 1933 [ ) °
APKT160424-APM 24 /933 ° ) °
APKT160430-APM 3 1933 ° ° °
APKT11T304-LH 04 | 6.5
- APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 |9.33
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable m|||ing

2} Ideal machining conditions APKT S d
£2  Normal machining conditions 11 T3 | 12.24 3.6 2.8
Milling inserts &  Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SOHRDBHBH O GOBHHE OO0 O
r
; p—— M| SROBOBH LOH@weE OO0 O
LW @ C ad K ®% O 80 &
: 110 . N 69 69 *
H
N\—c—m;;NN\—NOmNNNNN; E
ISO r 1w Radadm L2298~ a2l= = |55
UUU=2=2=2000V0a000Uuuuvuy 9 - N
(oo N R~ i sa i~ Ji el aa | [ aa i aa ifa'a Wifa'a ifa'a i a'a fa'a Wi a'a i aa )l g =z [ala)
S>E>>>>>>>>>>>>>>>> > > >
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 08 | 6.5 o o °
o 7 | APKT11T312-PF 12 | 6.5 o
WEENS | APKT11T316-PF 16 | 65 o
APKT160408-PF 0.8 19.33 () o e [ °
APKT160430-PF 3 1933| o
APKT11T304-PM 04 | 65| e @ @ L) o ° °
APKT11T308-PM 08 | 65| @ @ o 0o 0 0 o ° o o °
== | APKT11T312-PM 1.2 | 65 o o ° o
WS | APKT11T316-PM 16 | 65 o o e o
APKT160408-PM 08 (933 @ e @ @ @ 0 0 o ° oo °
APKT160416-PM 1.6 |933| o °
APKT11T304-PR 04 | 6.5 o o o
APKT11T308-PR 08 | 6.5 o
é APKT11T312-PR 12|65 o
APKT11T316-PR 1.6 | 6.5 o
APKT160408-PR 0.8 |9.33 o
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable m|||ing Square shoulder milling

Square shoulder milling

EMPO2 Kr:90° 0 0

A

Turning
r._!,

L5
e

<
g
:2: Dimensions [mm] Inserts
. - )
Article s | Stock . od ] . Teeth Coupling @
"
EMP02-040-A16-AP11-04C x ° 40 16 40 1 4 A 0.237
EMP02-040-A16-AP11-05C X ° 40 16 40 11 5 A 0.177
C EMP02-050-A22-AP11-06 ° 50 22 40 1 6 A 0.3
EMP02-050-A22-AP11-06C S ° 50 22 40 11 6 A 0.3
EMP02-050-A22-AP11-07C x ° 50 22 40 1 7 A 0.39
EMP02-063-A22-AP11-08 ° 63 22 40 11 8 A 0.6
EMP02-063-A22-AP11-08C x ° 63 22 40 1 8 A 0.6
8 EMP02-063-A22-AP11-09C X ° 63 22 40 11 9 A 0.54 APKTITT3
E EMP02-080-A27-AP11-08 ° 80 27 50 1 8 A 1.2
EMP02-080-A27-AP11-08C S ° 80 27 50 11 8 A 1.2
EMP02-080-A27-AP11-10C x ° 80 27 50 1 10 A 113
EMP02-100-B32-AP11-10 ° 100 32 50 11 10 B 1.7
EMP02-100-B32-AP11-10C X o 100 32 50 1 10 B 1.7
EMPO02-125-B40-AP11-10 ° 125 40 63 11 10 B 3.42
D EMP02-040-A16-AP16-03 ° 40 16 40 15.5 3 A 0.17
EMP02-040-A16-AP16-04C b ° 40 16 40 15.5 4 A 0.17
EMP02-050-A22-AP16-05 ° 50 22 40 15.5 5 A 0.3
= g EMP02-050-A22-AP16-05C £ ° 50 22 40 15.5 5 A 0.3
E © EMP02-063-A22-AP16-06 ° 63 22 40 15.5 6 A 0.5
© g EMP02-063-A22-AP16-06C X ° 63 22 40 15.5 6 A 0.5
e ”_g EMP02-080-A27-AP16-06C x ° 80 27 50 15.5 6 A 1.08
EMP02-080-A27-AP16-07 ° 80 27 50 15.5 7 A 1.1
APKT1604
EMP02-080-A27-AP16-07C N ° 80 27 50 15.5 7 A 1.1
EMP02-100-B32-AP16-08 ° 100 32 50 15.5 8 B 1.6
EMP02-100-B32-AP16-08C x ° 100 32 50 15.5 8 B 1.6
E EMP02-125-B40-AP16-06C £ ° 125 40 63 15.5 6 B 3.18
EMP02-125-B40-AP16-10 ° 125 40 63 15.5 10 B 3.2
EMP02-125-B40-AP16-10C X ° 125 40 63 15.5 10 B 32
EMP02-160-B40-AP16-07C x ° 160 40 63 15.5 7 B 43
é EMP02-160-B40-AP16-10 ° 160 40 63 15.5 10 B 6.3
= oEx stock oOn demand
*< With internal cooling
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable m|||ing

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling ]
' oD | od L | 2y IR
"
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 APKT1604
EMP02-250-C60-AP16-12 250 60 63 15.5 12 C 11.2
oEx stock oOn demand
* With internal cooling
Spare parts
Insert APKT11T3 APKT1604
@D 40-125 40-250
B scewinsert 160M4*10
- Screw (insert) 160M2.5%6.5T
Bl vench iinsery WTo8IS WT151S
(2 Ideal machining conditions APKT L S d
£2  Normal machining conditions 11 T3 | 12.24 3.6 2.8
Milling inserts & Unfavourable machining conditions 16 04 | 17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
S P SOHDBHBH © LoD 00 O
r
: p—— M| SROBOBEH GOH@we OO0 O
LW @ o K ®% O 80 g
: 110 . N 69 % *
H
NPc—m;;NN\—NomNNNNN; E
ISO r IWiSR2adadm L2298~ a2l= = |55
UUU=2=220000a0U0uuvuyY |U = N
(oo Moo R ~a i ~al =l ca l=a | [ aa R aa ifa'a Wifa'a ifaa i aa lfaa Wi a'a i e ) g =z [alya)
S>E>>>>>>F>>>>>>>>>> |5 |[>>
APKT11T304-ALH 04 | 65 ° L)
m APKT11T308-ALH 0.8 | 6.5 ° (I}
e
APKT160408-ALH 0.8 {933 ° o o
APKT11T304-APF 04 | 65
. APKT11T308-APF 08 | 6.5
APKT160408-APF 0.8 |9.33 ) o o
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Indexable m|||ing Square shoulder milling

() Ideal machining conditions APKT S d
€2 Normal machining conditions 11 T3 | 1224 3.6 2.8
Milling inserts &  Unfavourable machining conditions 16 04 |17.877 | 5.76 44
AP** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P SORDDH D SBGHeE OO0 O
: M| DOBDDE SoGRE OO0 O
LW @ o K ®% O 80 £
! 17 /| N & 3%
H
Ne—=—M— = NANe=NoWnNNNN N — E
0 T WISBSEda SN RESEEREE B B
LLLLLLLRLLLRLRRRQRE £ 29
APKT11T304-APM 04 | 6.5 [ ° °
APKT11T308-APM 0.8 | 6.5 [ ° °
APKT11T312-APM 12 | 65 ° ° °
APKT11T316-APM 16 | 65 () ° °
H APKT11T320-APM 2 |65 ° ° °
APKT160408-APM 0.8 |9.33 [ [ ) °
APKT160416-APM 1.6 [9.33 ° ° °
APKT160420-APM 2 1933 ° ° °
APKT160424-APM 24 /933 [ ° °
APKT160430-APM 3 1933 [ ° °
APKT11T304-LH 04 | 65
- APKT11T308-LH 0.8 | 6.5
APKT160408-LH 0.8 19.33
APKT11T304-PF 04 | 6.5 o ° ° ° °
APKT11T308-PF 0.8 | 6.5 e} °
,'. ¢ | APKT11T312-PF 1.2 | 65 o
W | APKT11T316-PF 16 | 6.5 o
APKT160408-PF 0.8 19.33 ° o e ° °
APKT160430-PF 3 1933
APKT11T304-PM 04 | 6.5 oo L) o ° °
APKT11T308-PM 0.8 | 6.5 © o 0 0 0 ° o0 °
i 7 | APKT11T312-PM 1.2 | 65 o o ° ¢}
W | APKT11T316-PM 16 | 65 o o e o
APKT160408-PM 08/933/ e @ @ @ 0 0 0 o ° o0 °
APKT160416-PM 16 |1933| o °
APKT11T304-PR 04 | 6.5 ¢} o ¢}
APKT11T308-PR 0.8 | 6.5 o
6 APKT11T312-PR 12 | 65 o
APKT11T316-PR 16 | 65 o
APKT160408-PR 0.8 |9.33 o
®Ex stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code B22 Grade selection Technical info B447 Cutting data B216
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EMPQ9

Square shoulder mill with tangential inserts

Bl Sharp cutting edge geometry combined with robust
tangential inserts.

B First choice for large cutting depths with high feed rates.

B Very good competitiveness.

Insert grades

\BG253 \B&9320 YBD252

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

Chip breaker

20- 12mm

LN12
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Indexable milling Square shoulder milling

Square shoulder milling

ap

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling =

: oD | od L | apma f (s
EMP09-040-A16-LN12-04C x ° 40 16 40 11.5 4 A 0.19
EMP09-050-A22-LN12-05C * ° 50 22 40 11.5 5 A 0.33
EMP09-063-A22-LN12-06C £ ° 63 22 40 11.5 6 A 0.53

, LNKT1206PNR-GM
EMP09-080-A27-LN12-07C xR ° 80 27 50 1.5 7 A 1.18
EMP09-100-B32-LN12-09C £ ° 100 32 50 11.5 9 B 1.62
EMP09-125-B40-LN12-11C x ° 125 40 63 1.5 11 B 3.25
®Ex stock oOn demand

* With internal cooling
Spare parts
Insert LNKT1206PNR-GM
@D 40-125
- Screw (clamp) 160M4*12
- Wrench WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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Square shoulder milling Indexable m|||ing

(2 Ideal machining conditions LNKT L S
£2  Normal machining conditions 12 06 127 | 11.25
Milling inserts &%  Unfavourable machining conditions
LN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
) P SOHRDBHBH O GOBHHE OO0 O
s
M| DOBDBHE LOH@weE OO0 O
L
K 8 O SO $&
w ] N S B
=V s 2 8 0BG
H
Ne—= =M~ = NNl N L‘i
1SO Wirigeedadavngecgesaege |2 [ss
JUO0U=S=5S0000R00000ulu U =«
(oo Mo Qe i ~a i~ Ji el =a | aa R aa ifa'a Wifa'a ifa'a i a'a lfaa Wi o'a i aa )l g =z [ala)
S>>>>>>>>>>>>>>>>5 | |[>>
LNKT120608PNR-GM 6.75/0.8 ° [ )
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-
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EMP13*”

New square shoulder mill generation

B Specially developed cutting edges for high-quality 90°
square shoulder milling.

B Extra thick inserts for better stability.

B Positive, smooth cutting geometry for reduced cutting
forces.

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

Insert grades
YBC302 \BIM253 EIBG9320 \BG205
cvD cvD PVD PVD
P15-P35 P20-P40 P10-P30 P10-P30

M10-M30 M20-M30 M20-M30

YBD152 YBD252 YD101

cvD CcvD
K05-K25 K15-K35 K05-K25

Chip breakers
-GM -LH

- BB

Chip breaker -LH for aluminium
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Indexable m|||ing Square shoulder milling

Square shoulder milling

ap

Dimensions [mm]

Inserts

. - .
Article s | Stock . od ] - Teeth Coupling W

EMP13-040-A16-AN11-04C x® ° 40 16 40 11.2 4 A 0.45
EMP13-050-A22-AN11-06 ° 50 22 40 11.2 6 A 0.3
EMP13-063-A22-AN11-06 x ° 63 22 40 11.2 6 A 0.49
EMP13-063-A22-AN11-07 ° 63 22 40 11.2 7 A 0.49
EMP13-080-A27-AN11-07 x ° 80 27 50 11.2 7 A 1.18
EMP13-080-A27-AN11-09 ° 80 27 50 11.2 9 A 1.18 ANGX1105
EMP13-100-B32-AN11-12 ° 100 32 50 11.2 12 B 1.46
EMP13-100-B32-AN11-12C E ° 100 32 50 11.2 12 B 1.46
EMP13-125-B40-AN11-14 ° 125 40 63 11.2 14 B 292
EMP13-125-B40-AN11-14C S ° 125 40 63 11.2 14 B 292
EMP13-160-C40-AN11-16 ° 160 40 63 11.2 16 C 43
EMP13-050-A22-AN15-04 ° 50 22 40 14.5 4 A 0.26
EMP13-063-A22-AN15-05 ° 63 22 40 14.5 5 A 0.53
EMP13-080-A27-AN15-06 ° 80 27 50 14.5 6 A 1.23
EMP13-100-B32-AN15-08 ° 100 32 50 14.5 8 B 1.52
EMP13-100-B32-AN15-08C S ° 100 32 50 14.5 8 B 1.52 ANGX1506
EMP13-125-B40-AN15-10 ° 125 40 63 14.5 10 B 3.05
EMP13-125-B40-AN15-10C S ° 125 40 63 14.5 10 B 3.05
EMP13-160-C40-AN15-12 ° 160 40 63 14.5 12 C 446
EMP13-200-C60-AN15-16 ¢} 200 60 63 14.5 16 C 6.26

®Ex stock oOn demand

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

Spare parts
Insert ANGX1105 ANGX1506
oD 40-160 50-200
- Screw (insert) 160M3*9 160M4%12
Bl vench iinsery WT09IS WT15IS

2 Ideal machining conditions ANGX L S d
£ Normal machining conditions 11 05 11.85 5.7 35
Mi"ing inserts 4% Unfavourable machining conditions 1506 | 1543 7.3 4.4
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P SORBHBR © GB8Besx 00 O
M| SRBDBB GOBesEx OO0 O
odf ] K S% O B8O 7
N &b D
S g% 9 OHBBB
H
(i) oo o~ NN NN 2
N — M= = - @ = =
IS0 wiriggs8agugselgsgguge v |55
UUU=Z=22000V0a0VUuUuuyvuyu |U =
[ea e e R e N va R wa N va R e faa B wa B aa B aa Bifaa Bifaa Wifaa B o' MY o (=g z (alya)
SE>>>>>>>>>>>>>>>5 |5 |[>>
ANGX110504PNR-GM 84 |04 ° ° oo
ANGX110508PNR-GM 84 /08| e ° ° o o0
ﬂ ANGX150608PNR-GM 11 08| o ° ° L3
ANGX150616PNR-GM 11 |16 ° ° °
ANGX150620PNR-GM 11 | 2 ° o o °
| ANGX110504PNR-LH 84 (04
M | ANGX150608PNR-LH 11 |08
®Ex stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-
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Indexable milling Square shoulder milling

Square shoulder milling

lLa
(=) i \ kel
Q [ ]
[
L
Weldon shank
Dimensions [mm] Inserts
Article sz | Stock Teeth
; o | ed L L | am ﬁ
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
oEx stock oOn demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 25-40 25-40
Screw (insert) 160M3*9 160M4*12
Wrench (insert) WTO09IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
i
B11s v
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Square shoulder milling Indexable m|||ing

(2 Ideal machining conditions ANGX L S d
£2  Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts &  Unfavourable machining conditions 1506 | 1543 | 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P SOHRDBHBH O GOBHHE OO0 O
M| DOBDBHE LOH@weE OO0 O
odf K S% O 10) &
N & St
S ECI X OBBB
H
N\—.—m;;NN\—NOmNNNNN'— 8
ISO W rigesddalrgeegelalerl |2 |ss
UVUU=2=2=2000V0a000Uuuuvuy 9 - N
(oo Mo Qe i ~a i~ Ji el =a | aa R aa ifa'a Wifa'a ifa'a i a'a lfaa Wi o'a i aa )l g =z [ala)
S>E>>>>>>>>>>>>>>>> > > >
ANGX110504PNR-GM 84 04 ° ° o0
ANGX110508PNR-GM 84 /08| @ ° o o o o
ﬂ ANGX150608PNR-GM 11 108| o ° o o o o
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 11 |2 ° o o °
) ANGX110504PNR-LH 84 |04
"l—“T ANGX150608PNR-LH 11 /0.8 °
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
4
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Indexable milling Square shoulder milling

Square shoulder milling

@D

Apmax

od

L

Straight shank

Dimensions [mm]

Inserts

Article stz | Stock Teeth
. o | o | L | L | =
EMP13-025-G25-AN11-02 ° 25 25 32 100 11.2 2 0.31
EMP13-032-G32-AN11-03 ° 32 32 40 115 11.2 3 0.61 ANGX1105
EMP13-040-G32-AN11-04 ° 40 32 40 125 11.2 4 0.75
EMP13-032-G32-AN15-02 ° 32 32 40 125 14.5 2 0.66
ANGX1506
EMP13-040-G32-AN15-03 ° 40 32 40 125 14.5 3 0.76
oEx stock oOn demand
* With internal cooling
Spare parts
Insert ANGX1105 ANGX1506
oD 25-40 25-40
Screw (insert) 160M3*9 160M4*12
Wrench (insert) WTO9IS WT15IS
System code B22 Grade selection B20 Technical info B447 Cutting data B216
-
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Square shoulder milling Indexable m|||ing

(2 Ideal machining conditions ANGX L S d
£2  Normal machining conditions 1105 | 11.85 57 3.5
Milling inserts &  Unfavourable machining conditions 1506 | 1543 | 7.3 44
AN** milling insert HC' (CVD) HC' (PVD) HT | HC? HW
r P SOHRDBHBH O GOBHHE OO0 O
M| DOBDBHE LOH@weE OO0 O
odf K S% O 10) &
N & St
S ECI X OBBB
H
N\—.—m;;NN\—NOmNNNNN'— 8
ISO W rigesddalrgeegelalerl |2 |ss
UVUU=2=2=2000V0a000Uuuuvuy 9 - N
(oo Mo Qe i ~a i~ Ji el =a | aa R aa ifa'a Wifa'a ifa'a i a'a lfaa Wi o'a i aa )l g =z [ala)
S>E>>>>>>>>>>>>>>>> > > >
ANGX110504PNR-GM 84 04 ° ° o0
ANGX110508PNR-GM 84 /08| @ ° o o o o
ﬂ ANGX150608PNR-GM 11 108| o ° o o o o
ANGX150616PNR-GM 11 1.6 ° ° °
ANGX150620PNR-GM 11 |2 ° o o °
) ANGX110504PNR-LH 84 |04
"l—“T ANGX150608PNR-LH 11 /0.8 °
oEx stock oOn demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B22 Grade selection B20 Technical info B447 Cutting data B216
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