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EMPO1 (™ ]

Straight shank
ap
oD =c—-4-—-—-—-—-—-—-—-—-—-1 g
L1 ]
L
P> Specification of tools
EMPO1 -012-G16-AP11-01 A 12 16 85 25 10.5 1 0.1
Straight
shank -016-G16-AP11-02 A 16 16 90 25 10.5 2 0.1
-020-G20-AP11-02 A 20 20 100 30 10.5 2 0.2
-025-G25-AP11-03 A 25 25 115 35 10.5 3 0.4
-032-G32-AP11-04 A 32 32 125 40 10.5 4 0.7
-025-G25-AP16-02 A 25 25 115 35 15.5 2 0.4
-032-G32-AP16-03 A 32 32 125 40 15.5 3 0.7
-040-G32-AP16-04 A 40 32 130 42 15.5 4 0.8
-050-G32-AP16-05 A 50 32 135 45 155 5 1.0
-063-G32-AP16-06 A 63 32 135 45 15.5 6 1.4
A Stock available /\Make-to-order
p>> Spare parts
B12-032 AP11 160M2.5%6.5T WTO08IP -
325-263 AP16 160M4x8.4 - WT15IS
Tools c@ Grade selec@ Technicm
B24-B25
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EMPO1 M ]

Indexable
milling tools

Weldon shank
ap
o -B &
L1
L
P> Specification of tools
EMPO1 -012-XP16-AP11-01 A 12 16 85 25 10.5 0.1
Weldon
shank  -016-XP16-AP11-02 A 16 16 90 25 10.5 0.1
-020-XP20-AP11-02 A 20 20 100 30 10.5 0.2
-025-XP25-AP11-03 A 25 25 15 35 10.5 0.4
-032-XP32-AP11-04 A 32 32 125 40 10.5 0.7
-025-XP25-AP16-02 A 25 25 115 35 15.5 0.4
-032-XP32-AP16-03 A 32 32 125 40 15.5 07
-040-XP32-AP16-04 A 40 32 130 42 15.5 0.8
-050-XP32-AP16-05 A 50 32 135 45 15.5 1.0
-063-XP32-AP16-06 A 63 32 135 45 15.5 14
A Stock available /\Make-to-order
p>> Spare parts
@12-32 AP11 160M2.5%6.5T WTO8IP -
@25-063 AP16 160M4x8.4 - WT15IS

Tools cm

B24-B25

Grade selecm

Techni@

B210-B216
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/—b>SeIection of inserts ~
@ Good working condition () Normal working condition () Bad working condition
; s_ = Ldste LOLLE OO 00O
: -;,"f M stainless steel LQOLOVLLVLB OV L
[} . . .
| fee O oalf-if & [Qcostion 000 e © ©
i 1 % mNon—ferrous metal Y9
88’ L s
Heat resistant alloy, Ti alloy O VOOL
- O
53 FEEYR sS85 BB
O 0O 222000000 0000 O
0O 00000000000 aQ00Z2
> > > > > > >|>>>>>>>>5
APKT11T304-APF | 1224 |664 | 3.6 | 28 | 04 *
APKT11T308-APF | 12.24 | 664 | 3.6 | 28 | 0.8 *
APKT160408-APF |17.877|/9.33 | 5.76 | 44 | 0.8 *
= APKT11T304-APM | 12.24 |6.64 | 3.6 | 28 | 0.4 *
g APKT11T308-APM | 12.24 |6.64 | 3.6 | 28 | 0.8 *
8_ APKT11T312-APM | 12.24 |6.64 | 3.6 | 28 | 1.2 *
wn
APKT11T316-APM | 12.24 |6.64 | 3.6 | 28 | 1.6 *
(%)
o)
S APKT11T320-APM | 12.24 | 6.64 | 3.6 | 2.8 2 *
@
% APKT160408-APM (17.877|9.33 | 5.76 | 44 | 0.8 *
c
& APKT160416-APM |17.877/9.33 | 5.76 | 44 | 1.6 *
3
= APKT160420-APM (17.877|9.33 | 5.76 | 4.4 2 *
3
«
§ APKT160424-APM (17.877|9.33 | 5.76 | 44 | 2.4 *
»
APKT160430-APM (17.877|9.33 | 5.76 | 4.4 3 *
APKT11T304-ALH | 12.24 |6.64 | 3.6 | 2.8 | 0.4 * K
APKT11T308-ALH | 12.24 |6.64 | 36 | 28 | 0.8 * O
APKT160408-ALH |17.877|9.33 | 576 | 44 | 0.8 * *

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Indexable Milling Tools B

B> Chipbreaker selection

Classfoation——ncton For finishing For semi-finishing
P -APF -APM
-APF -APM
N -ALH

1 Square shoulder milling ,ﬂ/ iLlr
ap

P> Recommended cutting parameters (D: Diameter)

Cutting parameters g 'a, 2
. ) Hardness 2
Workpiece material Insert grade ) f (mm/z) 3 § ‘3,
HB V. (m/min) ae(mm) i@ 2
-APF -APM 2=
(T E
Low-carbon 2
<180 YB9320 320 (200-400) 0.1(0.08-0.2) 0.2 (0.1-0.3) <0.5D
steel. Soft steel »
High-carbon ‘8
igh-
9 180-280 YB9320 280 (180-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D 2
steel. Alloy steel =
£
Alloy tool steel 280-350 YB9320 260 (160-330) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D é
2
[
M Stainless stee <270 YB9320 200 (110-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D =
=3
%]
-ALH
YD101 300- 0.2 (0.08-0.4) <0.5D
Aluminium alloy -
YD201 300- 0.2 (0.08-0.4) <0.5D
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B Indexable Milling Tools

EXITTITD .

p>> Recommended cutting parameters ((D: Diameter)

Cutting parameters
Workpiece material Hardness HB Insert grade . f (mm/z)
V' (m/min) ae(mm)
-APF -APM
Low-carbon steel.
<180 YB9320 190 (140-250) 0.1 (0.08-0.15) 0.15 (0.1-0.25) D
Soft steel
High-carbon steel.
180-280 YB9320 170 (130-250) 0.1 (0.08-0.15) 0.15(0.1-0.25) D
Alloy steel
Alloy tool steel 280-350 YB9320 150 (110-240) 0.1 (0.08-0.15) 0.15 (0.1-0.25) D
Stainless stee <270 YB9320 120 (80-190) 0.1 (0.08-0.15) 0.15 (0.1-0.25) D
-ALH
3
=3
58 YD101 300- 0.2 (0.08-0.3) D
a g .2 (0.08-0.
S Aluminium alloy -
O o
@ YD201 300- 0.2 (0.08-0.3) D

|00} Buiyiw Japjnoys aienbg
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3 Ramp milling, helical interpolation milling

P> Recommended cutting parameters (D: Diameter)

® Ramp milling

Maximum Maximum Minimum Minimum )
. ) Maximum
cutting depth| ramp angle length diameter itch(mm)
ap(mm) a® Lm(mm) @D1(mm) P
16 10.0 10.0 56.7 20.0 2.0
Lin=—2- (g:Maxi I
m= tga o.:Maximum ramp angle)
20 10.0 5.0 114.4 28.0 2.0

@ Helical interpolation milling

e
= 38
. 25 10.0 4.5 127.0 40.0 2.0 é E’
| EF
K%)
8
// 32 10.0 3.0 190.8 56.0 2.0 o
4 £
@D E
D1 g
P 3
[tga = —— (o:Helical angle)] 40 10.0 2.0 286.4 70.0 2.0 @
nD1 o
S
jon
1%}

Note: For cutting speed and feed rate per tooth, see square shoulder milling.
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B108

Machine: Vertical machining center
Diameter: @40mm

Operation: Interpolation milling
Insert: APKT160408-APM/YB9320
Workpiece material: P20(HRC 33-36)
Cutting data:

Ve=150m/min

f= 0.2mm/z

Insert specification/grade: APKT160408-APM/YB9320
Tools specification EMPO1 —040-XP32-AP16-04

@® Comprehensively improve mould
cavity machining efficiency

Optimized structure in combination with brand-new
"golden drill" coating technique, Z€C-CT products
with APM chipbreaker is more suitable for mold cavity
machining, greatly improve machining efficiency when
compare with competitors similar products.



Face milling Step shoulder

~

EMPO2 [ m ]

A-type coupling B-type coupling

@D

B> Specification of tools

23
-
EMPO02 -050-A22-AP11-06 A 50 22 40 1 6 A 0.3 -
-063-A22-AP11-08 A 63 22 40 11 8 A 0.6 E E
-080-A27-AP11-08 A 80 27 50 11 8 A 1.2 @
-100-B32-AP11-10 A 100 32 50 11 10 B 1.7 ‘E,
-050-A22-AP16-05 A 50 22 40 15.5 5 A 0.3 ?
-063-A22-AP16-06 A 63 22 40 15.5 6 A 0.5 %
-080-A27-AP16-07 A 80 27 50 155 7 A 11 g
-100-B32-AP16-08 A 100 32 50 15.5 8 B 1.6 c%
-125-B40-AP16-10 A 125 40 63 15.5 10 B 3.2
-160-B40-AP16-10 A 160 40 63 15.5 10 B 6.3
A Stock available /\Make-to-order
p>> Spare parts
@50-3100 AP11 160M2.5%6.5T WTO8IS
©@50-3160 AP16 160M4x10 WT15IS

Tools c@ Grade selec@ Techni@

B24-B25 B109



/—b>SeIection of inserts ~
@ Good working condition () Normal working condition () Bad working condition
N P ) 0006 ©6600
: — & M stainless steel VOVLLB QOO ©VLLe
R )
LW ------- gad ngastlron ©eo 0o © @
i 1 g mNon—ferrous metal HeE
88° L = Heat resistant alloy, Ti alloy DYDY
AR R .
S35 00/003030000a|8 828
FLFEELRRELEELRREERELE
APKT11T304-APF | 12.24 |664 | 3.6 | 28 | 04 *
APKT11T308-APF | 12.24 |664 | 3.6 | 28 | 0.8 *
APKT160408-APF |17.877|9.33 | 5.76 | 44 | 0.8 *
3 APKT11T304-APM | 12.24 |6.64| 3.6 | 28 | 0.4 *
é:’=,: APKT11T308-APM | 12.24 |6.64| 3.6 | 28 | 0.8 *
g APKT11T312-APM | 12.24 |6.64| 3.6 | 28 | 1.2 *
M APKT11T316-APM | 12.24 |6.64| 3.6 | 28 | 1.6 *
éj APKT11T320-APM | 12.24 |[6.64 | 3.6 | 2.8 2 *
g APKT160408-APM |17.8779.33 | 5.76 | 44 | 0.8 *
% APKT160416-APM |17.877|9.33 | 5.76 | 44 | 16 *
% APKT160420-APM (17.877|9.33 | 5.76 | 4.4 2 *
g— APKT160424-APM (17.877|9.33 | 5.76 | 44 | 2.4 *
@ APKT160430-APM (17.877|9.33 | 5.76 | 4.4 3 *
APKT11T304-ALH | 12.24 |6.64 | 3.6 | 2.8 | 0.4 * K
APKT11T308-ALH | 12.24 [6.64| 36 | 2.8 | 0.8 * O
APKT160408-ALH [17.877|9.33 | 5.76 | 44 | 0.8 * *

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Indexable Milling Tools B

B> Chipbreaker selection

Classification Function For finishing For semi-finishing
P -APF -APM
-APF -APM
N -ALH

Square shoulder milling ’H/ ELIF
ap

P> Recommended cutting parameters (D: Diameter)

Cutting parameters
. . Hardness 4
Workpiece material nsert grade ) f (mm/z) - =
HB V. (m/min) ae(mm) {29
-APF -APM X o
S £
Low-carbon ==
<180 YB9320 320 (200-400) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D ! £
steel. Soft steel .
High-carbon 2
180-280 YB9320 280 (180-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D <]
steel. Alloy stee o
£
Alloy tool steel 280-350 YB9320 260 (160-330) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D E
el
3
M Stainless steel <270 YB9320 200 (110-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) <0.5D @
[0}
g
-ALH 3
YD101 300- 0.2 (0.08-0.4) <0.5D
Aluminium alloy -
YD201 300- 0.2 (0.08-0.4) <0.5D
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Indexable Milling Tools

EMPO3 (O™ ]

B> Specification of tools

Square shoulder milling tools &%

Step shoulder Slot milling Face milling Side milling

A-type coupling
@D

—

~

B-type coupling

EMPO3 -050-A22-AP11-04 A 50 22 58 39 4 16 A 0.5
-063-A27-AP11-04 A 63 27 58 39 4 16 A 0.9
-080-B32-AP11-05 A 80 32 63 39 5 20 B 1.3
-100-B40-AP11-06 A 100 40 63 39 6 24 B 2.0

A Stock available /\Make-to-order

p>> Spare parts
J50-0100 160M2.5%6.5T WTO08IS

B112

Tools cm

B24-B25

Grade selec@

Technicm



sq uare Shou Ider m i I Iing tOOIs Kr:90° Step shoulder Slot milling Side milling

EMPO04 (O™ ]

~

Weldon shank

-od

B> Specification of tools

i 0
29
=8
EMPO04 -020-XP20-AP11-01 A 20 20 120 45 29.4 1 3 03 3D
PO =
==
-025-XP25-AP11-02 A 25 25 130 55 38.9 2 8 0.4 T E
-032-XP32-AP11-02 A 32 32 140 65 48.5 2 10 0.7 »
<]
S
-040-XP40-AP11-02 A 40 40 150 75 58.0 2 14 1.3 o
£
A Stock available /A\Make-to-order %
&
e
>
2
p>> Spare parts -
©
32
3
320-340 160M2.5%6.5T WTO08IS

Tools c@ Grade selec@ Techni@

B24-B25 B113



/—b>SeIection of inserts ~
@ Good working condition () Normal working condition () Bad working condition
N PE= ©e0oe ©00e 0006
: -:2"* M stainless steel LOVLLVB VLV ©LOLO
m - - =
W feee (e sdlf-if & [cstion ©e0 e © ©
i 11° a g s
3 mNon-ferrous metal Y
Heat resistant alloy, Ti alloy WL
] ] N NN L N NN 2
S S b b $ S 289 g L w § E) N o« — «
C3SSS000030300 00 882R
DO 0D ONDO0DODNO0D0D0A0O0OM0OMDZ 20000
> > >>=>>>=>=>=>=5=>=>
APKT11T304-APF | 1224 |664 | 36 | 28 | 04 *
APKT11T308-APF | 12.24 |664 | 36 | 28 | 0.8 *
APKT160408-APF |17.877|/9.33 | 5.76 | 44 | 0.8 *
3 APKT11T304-APM | 12.24 |6.64 | 3.6 | 28 | 0.4 *
? APKT11T308-APM | 12.24 |6.64 | 3.6 | 28 | 0.8 *
@
§ APKT11T312-APM | 12.24 |6.64 | 36 | 28 | 1.2 *
n
APKT11T316-APM | 12.24 |664 | 36 | 28 | 1.6 *
w
g APKT11T320-APM | 12.24 |6.64 | 36 | 28 | 2.0 *
3
@ APKT160408-APM |17.877|9.33 | 5.76 | 44 | 0.8 *
<]
& APKT160416-APM |17.877 9.33 | 576 | 44 | 1.6 *
% APKT160420-APM (17.877|/9.33 | 5.76 | 44 | 2.0 *
>3
(g- APKT160424-APM (17.877|9.33 | 5.76 | 44 | 2.4 *
o
¢ APKT160430-APM (17.877|9.33 | 5.76 | 44 | 3.0 *
APKT11T304-ALH | 12.24 |6.64 | 36 | 28 | 0.4 * K
APKT11T308-ALH | 12.24 |6.64| 3.6 | 2.8 | 0.8 * O
APKT160408-ALH |17.877/9.33 | 5.76 | 44 | 0.8 * %k

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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B> Chipbreaker selection

Function S P
Classification For finishing For semi-finishing
P -APF -APM
-APF -APM
N -ALH
P> Recommended cutting parameters
ae
de ae -
a a
‘ap . b p
7 7/ |
ae=D ae<0.5D ae<0.2D
ap<0.5D ap<1.2D Ap<Cutting length of insert
Cutting parameters
. . Square shoulder milling
Workpiece material Hardness HB Insert grade
. f (mm/z)
V. (m/min)
-APF -APM
Low-carbon steel. Soft
ool <180 YB9320 270 (200-360) 0.1 (0.08-0.2) 0.2 (0.1-0.3)
stee!
High-carbon steel.
180-280 YB9320 240 (180-360) 0.1 (0.08-0.2) 0.2 (0.1-0.3)
Alloy steel
Alloy tool steel 280-350 YB9320 220 (160-340) 0.1 (0.08-0.2) 0.2 (0.1-0.3)
M Stainless steel <270 YB9320 150 (110-270) 0.1 (0.08-0.2) 0.2 (0.1-0.3)
-ALH
YD101 300- 0.2 (0.08-0.4)
Aluminium alloy -
YD201 300- 0.2 (0.08-0.4)
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Square shoulder milling tools



B Indexable Milling Tools

P> Recommended cutting parameters

Cutting parameters
) ) Slot milling. Deep square shoulder milling
Workpiece material Hardness HB Insert grade
) f (mm/z)
V' (m/min)
-APF -APM
Low-carbon steel. Soft
teel <180 YB9320 270 (200-360) 0.1 (0.08-0.15) 0.15 (0.1-0.25)
Stee!
High-carbon steel.
1gh-earbon stee 180-280 YB9320 240 (180-360) 0.1 (0.08-0.15) 0.15 (0.1-0.25)
Alloy steel
Alloy tool steel 280-350 YB9320 220 (160-340) 0.1 (0.08-0.15) 0.15 (0.1-0.25)
Stainless steel <270 YB9320 150 (110-270) 0.1 (0.08-0.15) 0.15 (0.1-0.25)
-ALH
3 -
52 YD101 300- 0.2 (0.08-0.3)
=B Aluminium alloy --
o % YD201 300- 0.2 (0.08-0.3)
o

|00} Buiyiw Japjnoys aienbg
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Square shoulder milling tools &z Stepsider  Key ot milng

EMPO5 (I m[3

~

Weldon shank

2D e -

L1

P> Specification of tools

fi (2]
{29
2 o
[ R
X D
EMPO5 -025-XP25 A 25 25 130 40 20 3 - 0.5 § £
=
-032-XP32 A 32 32 140 50 30 - 3 0.8
-040-XP32 A 40 32 150 60 40 - 4 1.0

A Stock available /\Make-to-order

Square shoulder milling tools

p>> Spare parts

APMT11 160M2.5%6.5T WTO8IP

@25-340
APMT16 160M4x10 WT15IP

Tools c@ Grade selec@ Techni@

B24-B25 B19-B23 B210-B216 B 117



3
=
@
-
o
=2
7

|00} Buiyiw Japjnoys aienbg

a|qexapu|

~ p>>Selection of inserts ~
() Good working condition () Normal working condition () Bad working condition
| P L VOOV VOO 00O
5 Msunesssteel @) @ @ @6 QOO 00O
] -
LW ad g mCastiron OO oY) © ©
% m Non-ferrous metal Y
L 11° & - ;
- Heat resistant alloy, Ti alloy O OLLO

(@)
- N T M T o AN N Lo NN N e
S 9 bbbblooog®LwLo g« « «
O3S SS58 00030600008 88R
$LELLEERELQQPERREERRQ
APMT1135PDR 11.25/ 6.2 | 35 | 28 | 0.8 O O @ % O
APMT160408PDER |17.25| 9.25 | 4.76 | 4.4 | 0.8 ®e%x O

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

[ 1 Drilling -
P> Recommended cutting parameters
. . Cutting parameters
Workpiece material Hardness HB Insert grade -
V (m/min) f (mm/z)
Low-carbon steel. YBG202
<180 - .2 (0.08-0.
Soft stoul VBG205 180 (150-220) 0.2 (0.08-0.25)
High-carbon steel YBG202
180-280 1 130-2 A .08-0.2
Alloy steel YBG205 60 (130-200) 0.15 (0.08-0.2)
YBG202
Alloy tool steel 280-350 YBG205 140 (120-180) 0.12 (0.05-0.2)
YBG202
. - i _
Stainless steel 270 VBO205 80 (50-150) 0.08 (0.03-0.15)
, YBG202
Cast iron 180-250 YBG205 150 (100-220) 0.15 (0.08-0.2)
P> Recommended cutting parameters
. . Cutting parameters
Workpiece material Hardness HB Insert grade -
V' (m/min) f (mm/z)
Low-carbon steel. YBG202
<180 - g Ua-U.
Soft stoul YBG205 190 (140-250) 0.08 (0.04-0.15)
High-carbon steel | YBG202
180-280 170 (130-2 . .04-0.1
Alloy steel YBG205 0 (130-250) 0.08 (0.04-0.15)
YBG202
Alloy tool steel 280-350 YBG205 150 (110-240) 0.08 (0.04-0.15)
YBG202
[ < - -
Stainless steel 270 YBG205 120 (80-190) 0.08 (0.04-0.15)
: YBG202
Cast iron 180-250 YBG205 120 (80-210) 0.08 (0.04-0.15)
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Maximum

cutting depth
A
20+

ANI1 ANI15
Cutting edge properly designed with
high precision control for high quality
90° square shoulder milling.

-LH geometry with excellent wear resistance,
rake face specially treated with mirror effect,
good adhesion re-sistance, ensuring high-
efficiency high-stability Aluminum machining.

Extra thick insert with double negative
cutter can achieve double positive cutting
angle, reduce cutting force and greatly
improve impact resistance.
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B Indexable Milling Tools

Square shoulder milling tools &%

Face milling Step shoulder

~

EMP13 J@Q4 ) Atype couping B-type ?;pnng

-

C-type coupling
@D

B>> Specification of tools

3
§
«©«
5}
> EMP13 -050-A22-AN11-06C A 50 22 40 1.2 6 A 0.30
» -063-A22-AN11-07C A 63 22 40 1.2 7 A 0.49
o
§ -080-A27-AN11-09C A 80 27 50 1.2 9 A 1.18
w
3 -100-B32-AN11-12 A 100 32 50 1.2 12 B 1.46
S
5 -125-B40-AN11-14 A 125 40 63 1.2 14 B 2.92
3
5 -160-C40-AN11-16 A 160 40 63 1.2 16 c 4.30
«
g -050-A22-AN15-04C A 50 22 40 14.5 4 A 0.26
"
-063-A22-AN15-05C A 63 22 40 14.5 5 A 0.53
-080-A27-AN15-06C A 80 27 50 14.5 6 A 1.23
-100-B32-AN15-08 A 100 32 50 14.5 8 B 1.52
-125-B40-AN15-10 A 125 40 63 14.5 10 B 3.05
-160-C40-AN15-12 A 160 40 63 14.5 12 c 4.46

A Stock available /\Make-to-order

p>> Spare parts

@50-3160 ANGX11O0 OO O-GM/LH 160M3X9 WTO9IS

@50-3160 ANGX150 00 0-GM/LH 160M4X12 WT15IS

Tools cc@y_j Grade selecm Techni@

B120 B24-B25



Face milling

Step shoulder

Slot milling

EMP13 Q]

Weldon shank

Straight shank

P> Specification of tools

APrmax

Straight
shank

~

o
-]
. ©
X
@
=
£

EMP13  -025-XP25-AN11-02C A 25 25 100 32 11.2 2 0.31
Weldon
shank -032-XP32-AN11-03C A 32 32 115 40 11.2 3 0.61
-040-XP32-AN11-04C A 40 32 125 40 11.2 4 0.75
-032-XP32-AN15-02C A 32 32 125 40 14.5 2 0.66
-040-XP32-AN15-03C A 40 32 125 40 14.5 3 0.76
Straight -025-G25-AN11-02C A 25 25 100 32 11.2 2 0.31
shank
-032-G32-AN11-03C A 32 32 115 40 11.2 3 0.61
-040-G32-AN11-04C A 40 32 125 40 11.2 4 0.75
-032-G32-AN15-02C A 32 32 125 40 14.5 2 0.66
-040-G32-AN15-03C A 40 32 125 40 14.5 3 0.76
AStock available /\Make-to-order
p>> Spare parts
325-340 ANGX11 OO O-GM/LH 160M3X9 WTO09IS
332-340 ANGX150 00 0-GM/LH I60M4X12 WT15IS

Tools cm Grade selecm

B24-825

Techni@

B210-B216

B121

milling tools

Square shoulder milling tools



B Indexable Milling Tools

Square shoulder milling tools &%

EMP13 (A3 ]

Face milling Step shoulder Slot milling Side milling

~

A-type coupling

P> Specification of tools

2

§

«

3

s EMP13  -050x43-A22-AN11-03 A 50 22 60 43 3 12 A 0.52
-063x65-A27-AN11-04 A 63 27 80 64 4 24 A 1.15
-063%53-A27-AN15-03 A 63 27 75 53 3 12 A 1.14
-080x56-A32-AN15-04 A 80 32 75 53 4 16 A 1.82

A Stock available /\Make-to-order

|00} Buiyiw Japjnoys aienbg

p>> Spare parts

@50-263 ANGX11O OO O-GM/LH 160M3X9 WTO09IS

263-080 ANGX150 00 0-GM/LH I60M4X12 WT15IS

Tools c@ Grade selec@ Techni@

B 129 B24-B25 B19-B23 B210-B216



Square shoulder milling tools &%

EMP13 (A3 ]

Face milling Step shoulder Slot milling Side milling

~

Weldon shank

B>> Specification of tools

f (2]

Lo

9 O

=

{3 £

EMP13  -032x43-XP32-AN11-02 A 32 32 115 48 43 2 8 0.61 | EF
-040%x43-XP32-AN11-03 A 40 32 125 55 43 3 12 0.79
-040%x40-XP32-AN15-02 A 40 32 115 55 40 2 6 0.79
-050%x53-XP40-AN15-02 A 50 40 145 70 53 2 8 1.53

A Stock available /\Make-to-order

Square shoulder milling tools

p>> Spare parts

@32-340 ANGX11O OO O-GM/ILH 160M3X9 WTO09IS

@40-350 ANGX150 00 0-GM/LH 160M4X12 WT15IS

Tools c@ Grade selec@ Techni@

B24-B25 B210-B216 B123



B Indexable Milling Tools

() Good working condition () Normal working condition () Bad working condition \
= [@stee OO ©OOe® 0006
-é M stainless steel LVQOLVB VOV QOO
m - N - -
) BCastlron @ Q @ @ @ @ Q
3 N
5 Non-ferrous metal - (o)
) —~ .
- Heat resistant alloy, Tialloy QL
- o« — 12
T2 RERERES SRS 2Rk
OO0 ==>=000008 00000
M MM MoMmM@M@MMODMODMOMODMODMONOMONZ 2
> > > > > >>>>>>>>>>5
ANGX110504PNR-GM |11.85| 84 | 57 | 35 | 04 * * *
ANGX110508PNR-GM |11.85| 84 | 5.7 | 3.5 | 0.8 * * *x
ANGX110520PNR-GM |11.85| 8.4 | 57 | 3.5 | 2.0 * * k *
= ANGX150608PNR-GM [15.43| 11.0 | 7.3 | 4.4 | 0.8 *x ok *x *
% ANGX150616PNR-GM |15.43| 11.0 | 7.3 | 44 | 1.6 * * * %
«©«
g ANGX150620PNR-GM [15.43| 11.0 | 7.3 | 4.4 | 2.0 * K *
)
ANGX110502PNR-LH |11.85| 84 | 5.7 | 3.5 | 0.2 *
w
g ANGX110504PNR-LH 1185 84 | 57 | 35 | 04 *
g ANGX150608PNR-LH [15.43| 11.0 | 7.3 | 44 | 0.8 *
o
< * Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
[0}
2 P> Recommended cutting parameters
>3
< ) ) Cutting parameters
8 Workpiece material Hardness HB Insert grade -
& V(m/min) f(mm/z) apmax(mm)
YBM253
Low carbon steel <180 YBG205 270(220-350) 0.25(0.1-0.4)
YB9320
YBM253
Alloy steel 180-350 YBG205 240(180-320) 0.2(0.1-0.4)
YB9320 11.2(AN11)
B - 14.5(AN15
Castiron 180-260 YBD152 270(150-300) 0.25(0.1-0.4) ( )
YBD252 220(120-320) 0.2(0.1-0.3)
-LH
Aluminium alloy -- YD101
300- ‘ 0.2(0.08-0.4)
Workpiece material: NAKBO(HRC36) ® Surface quality comparison
Tool: EMP13-032-G32-AN15-02C
Insert: ANGX150608PNR-GM/YBG205
Cutting data: Vc=220m/min,
fz=0.1mm/z,
ap=14.5mm,
ae=10mm EMP13 /( Company A

Cutting condition: Dry cutting
Surface quality and perpendicularity of workpiece machined
by EMP13 is obviously superior to that of company A.

B124





