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@ Specification of tools - Werkzeug Beschreibung
Dimensions (mm) N -
0. of | Weight
Type Stock Abmessungen 9 Type Clamp
Typ Lager teeth | Gewicht Typ Pratze
R @D zd L L1 e Zéhne | (kg)
BMRO03 -016-G20-S ° 8 16 20 150 70 16 2 0.3 B
-016-G20-M ° 8 16 20 180 80 16 2 0.4 B
-020-G25-S ° 10 20 25 180 80 20 2 0.5 B
-020-G25-M ) 10 20 25 200 100 20 2 0.6 B
-020-G25-L [ 10 20 25 250 150 20 2 0.7 B
-020-G25-XL o 10 20 25 300 110 20 2 1.0 B
-025-G25-S L] 12.5 25 25 180 80 25 2 0.6 B
-025-G25-M ° 12.5 25 25 200 100 25 2 0.7 B
-025-G25-L e} 12.5 25 25 250 110 25 2 0.8 B
-025-G25-XL (o] 125 25 25 300 120 25 2 1.0 B
-030-G32-S e} 15 30 32 200 120 30 2 1.0 A
-030-G32-M ® 15 30 32 250 150 30 2 1.3 A
-030-G32-L O 15 30 32 300 200 30 2 1.6 A
-030-G32-XL O 15 30 32 350 200 30 2 1.9 A
WD-208
-032-G32-S ° 16 32 32 200 120 32 2 11 A
-032-G32-M ° 16 32 32 250 150 32 2 1.4 A
-032-G32-L ° 16 32 32 300 200 32 2 1.6 A
-032-G32-XL o 16 32 32 350 200 32 2 2.0 A
-040-G40-S o 20 40 40 200 120 40 2 1.6 A
-040-G40-M o 20 40 40 250 150 40 2 2.0 A
CBH5R1
-040-G40-L [ 20 40 40 300 200 40 2 25 A
-040-G40-XL o 20 40 40 350 200 40 2 3.0 A
@ Ex Stock / ab Lager O On demand/ auf Anfrage
Agplicabls ool B11-B18 Toaks code key | BIG-E2T Grade selection quide B19.823 Technical data | B215-8320
Werkzeug Werkzeug ISO Sortenauswahl Technische Daten B109
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Profile milling tools - Profilfraser Q 6 a é
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@ Specification of tools - Werkzeug Beschreibung
[2]) q q
= Dimensions (mm) -
o No. of |  Weight
fe) Type Stock Abmessungen teeth | G ew?cht Type | Clamp
T Lager . T Pratze
o e 9 R | @D | od | L Lt e | zahne| (kg) yp
= BMRO3  -016-XP20-M o 8 16 20 111 60 16 2 0.2 B
-020-XP25-M ° 10 20 25 127 70 20 2 0.3 B
-020-XP25-L ° 10 20 25 150 80 20 2 0.4 B
-025-XP25-M ° 12.5 25 25 137 80 25 2 0.4 B
-025-XP25-L ° 12.5 25 25 200 100 25 2 0.6 B
-030-XP32-M ° 15 30 32 161 100 30 2 0.8 A
-030-XP32-L ° 15 30 32 250 150 30 2 1.3 A
WD-208
-032-XP32-M ° 16 32 32 161 100 32 2 0.8 A
-032-XP32-L o 16 32 32 250 120 32 2 13 A
-040-XP40-M o 20 40 40 175 100 40 2 13 A
-040-XP40-L ° 20 40 40 250 120 40 2 2.0 A
CBH5R1
-050-XP50-M o 25 50 50 200 100 50 2 25 A
-050-XP50-L o 25 50 50 250 150 50 2 3.1 A

@ Ex Stock / ab Lager O On demand / auf Anfrage
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Profile milling tools - Profilfraser

Milling - Frasen

Indexable}MillinglilocIsEAWendeplattenfraser
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@ Specification of tools - Werkzeug Beschreibung
e stck “Aimessurgen oy | S| pe | camp
R gD od L L1 e Zahne (kg)

BMRO3 -020-MT3-M o 10 20 18.7 156 70 20 2 0.4 B
-020-MT3-L o 10 20 18.7 186 100 20 2 0.4 B
-025-MT3-M o 12.5 25 235 156 70 25 2 0.4 B
-025-MT3-L o 125 25 235 186 100 25 2 0.4 B
-030-MT4-M o 15 30 28.2 189 70 30 2 0.8 A
-030-MT4-L o 15 30 28.2 229 120 30 2 1.0 A

WD-208
-032-MT4-M o 16 32 29.2 179 70 32 2 0.9 A
-032-MT4-L ° 16 32 29.2 209 100 32 2 0.9 A
-040-MT4-M o 20 40 36.9 199 100 40 2 1.0 A
-040-MT5-L o 20 40 36.9 226 90 40 2 1.8 A

-040-MT5-XL o 20 40 36.9 256 120 40 2 2.0 A CBH5R1
-050-MT5-M ° 25 50 46.8 236 100 50 2 2.2 A
-050-MT5-L o 25 50 46.8 286 150 50 2 2.9 A

Agplicatie ool B11-B10 Toals code koy | B26-B27 Grade seiection guide B19.823 Technical data | B15-8220
Werkzeug Werkzeug ISO Sortenauswahl Technische Daten B111
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Profile milling tools - Profilfraser
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@ Specification of tools - Werkzeug Beschreibung
Dimensions (mm) N .
0. of | Weight
Type Stock Abmessungen teoth |G ewi%ht Clamp
T Lager - Pratze
i 9 R oD | od L L1 e | Zihne | (ko)
BMRO3 -040-XPX-M o 20 40 50.8 250 170 40 2 1.3
-040-XPX-L o 20 40 50.8 300 220 40 2 3.1
-040-XPX-XL o 20 40 50.8 350 270 40 2 35
CBH5R1
-050-XPX-M o 25 50 50.8 250 170 50 2 3.1
-050-XPX-L o 25 50 50.8 300 200 50 2 3.8
-050-XPX-XL o 25 50 50.8 350 270 50 2 44
@ Spare parts - Ersatzteile
; Clamp Screw Wrench
Diameter Pratze Schraube Schliissel
Durchnr
o0 s v ol e
16 - I60M2.5%6.5 WTO7P
20 - I60M3.5%08TT - WT10IP
25 - I60M4x10 WT15S
30 WD-208 I60M5x13
WT20IT
32 WD-208 I60M5x13
40 CBH5R1 143M6%16 WT25IT -
143M8x21 WT25IT
50 CBH5R1
143M6x16 WT30IT

@ Ex Stock / ab Lager O On demand / auf Anfrage

B112
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Il Machining Condiin

crria Beartmhngebainoungen
B Applicable inserts - Wendeschneidplatten & Hormal Machining Condiion

Milling - Frasen
IndexablejMillingiToolsEAWendeplattenfrasen

Unlaaniniih Pachining Condbon
# Linglreagn Basrtadlengehadingungen

B & sesasss & ses e0es
Siruns &
M =m0 9009 0 006 0008
K -8 R e0 &
m Morlarst medsiol o &
Hror-reairinrni missl
sty Lok Da%
Dimensions (mm) CVD Coating PVD Coating @z || @eizsnmEz
Abmessungen CVD Beschicht. PVD Beschicht. | emet | unbe. Hartmetl
I\;lvsselgt T:I)_/pe Applicable - o
yp 5 tos |[S S 5 58 53 ISSESH IS Ble « «
Werkzeug | > > > > > > > >|> > > > > >|5 5|> > >
XPHT16R0803-GM | 8 | 3.1 [3.18| 9 16 D16 °
XPHT20R10T3-GM | 10 | 4.0 [3.97| 9 20 $20 °
XPHT25R1204-GM | 12.5| 4.7 | 476 | 9 25 25 °
/
XPHT30R1506-GM | 15 | 58 | 6.35| 11 30 D30 °
XPHT32R1606-GM | 16 | 58 | 6.35| 9 32 D32 °
XPHT40R2007-GM | 20 | 6.8 | 794 | 9 40 D40 °
XPHT50R2507-GM | 25 | 9.2 | 7.94| 9 50 D50 °

Fraser

Milling Tool




@ Recommended Cutting data - Schnittdaten

Milling - Erdsen

Indexable]Milling BWendeplattenfraser

Diameter range
Durchmesser Bereich @16

Operations
Anwendung © ae ©
ae B
— P © 9 o
©
& 5
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstiick- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Mediurtn clarbon V(m/min) 150~220 150~220 150~220 150~220
siee
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hardness ap(mm) 4 4 8 16
Harte
150~250HB ae(mm) - 3 4 1.5
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
Leg. Stahl Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 4 4 8 16
150~280HB ae(mm) ~ 3 4 15
) V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 4 4 8 16
150~255HB
ae(mm) - 3 4 15
YBG302
Hardened steel V(m/min) 80~100 80~100 80~100 -
geharteter
Stahl Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 -
Hardness
Harte ap(mm) 4 4 8 -
40~50HRC ae(mm) - 2 3 .
) V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 4 4 8 16
160~260HB
ae(mm) -- 3 4 1.5
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 4 4 8 16
Harte
170~300HB ae(mm) - 3 4 1.5
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IndexablelMilling BAWendeplattenfraser,

@ Recommended Cutting data - Schnittdaten

Diameter range @20

Durchmesser Bereich @20

Operations
Anwendung © ae ©
ae =
[© ©) © ©) =Y
©
S 8 .
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstiick- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Mediurtn clarbon V(m/min) 150~220 150~220 150~220 150~220
siee
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hardness ap(mm) 5 5 10 20
Harte
150~250HB ae(mm) -- 4 5 2
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
Leg. Stahl Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 5 5 10 20
150~280HB ae(mm) B 4 5 2
) V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 5 5 10 20
150~255HB
ae(mm) -- 4 5 2
YBG302
Hardened steel V(m/min) 80~100 80~100 80~100 -
geharteter
Stahl Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 -
Hardness ap(mm) 5 5 10 -
Harte
40~50HRC ae(mm) - 4 5 -
. V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 5 5 10 20
160~260HB
ae(mm) - 4 5 2
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 5 5 10 20
Harte
170~300HB ae(mm) - 4 5 2
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@ Recommended Cutting data - Schnittdaten

Milling - Erdsen

Indexable]Milling BWendeplattenfraser

Diameter range
Durchmesser Bereich @25

Operations
Anwendung © ae ©
ae B
i  (© 0 o
©
& 5
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstuck- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon V(m/min) 150~220 150~220 150~220 150~220
steel
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hardness ap(mm) 6 6 12.5 25
Harte
150~250HB ae(mm) -- 5 6.5 3
Alloy steel V(m/min) 100~150 100~150 100~150 100~150
Leg. Stahl Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harts ap(mm) 6 6 12.5 25
150~280HB ae(mm) __ 5 6.5 3
V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 6 6 12.5 25
150~255HB
ae(mm) -- 5 6.5 3
YBG302
Hardened steel V(m/min) 80~100 80~100 80~100 -
geharteter Fz(mm/z) 0.08~0.15 0.08~0.15 | 0.08~0.15 -
Stahl
Hardness
Hirte ap(mm) 6 6 12.5 -
LAl ae(mm) - 5 6.5 -
V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 6 6 125 25
160~260HB
ae(mm) - 5 6.5 3
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
iron
Kugelgrafitguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 6 6 125 25
Harte
170~300HB ae(mm) -- 5 6.5 3
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IndexablelMilling BAWendeplattenfraser,

@ Recommended Cutting data - Schnittdaten

Diameter range
Durchmesser Bereich @30 @32

Operations
Anwendung © ac ©
ae =
ﬁ'@ ©) (9} ©) 8
8 8 .
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstuck- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon| — (mymin) 150~220 150~220 150~220 150~220
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Herdliees ap(mm) 10 10 16 28
Harte
150~250HB ae(mm) - 6 ° 6
V(m/min) 100~150 100~150 100~150 100~150
ﬁlloy Ssteﬁll
eg. Sta Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Hérte ap(mm) 10 10 16 28
150~280HB ae(mm) ~ 5 9 5
. V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 10 10 16 28
150~255HB
ae(mm) - 6 9 6
YBG302
Iardencaieicel V(m/min) 80~100 80~100 80~100 -
geharteter Fz(mmlz) 0.08~0.15 0.08~0.15 | 0.08~0.15 -
Stahl
Hﬂggzss ap(mm) 10 10 16 -
40~50HRC ae(mm) - 6 9 -
. V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 10 10 16 28
160~260HB
ae(mm) -- 6 9 6
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 10 10 16 28
Harte
170~300HB ae(mm) - 6 9 6
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@ Recommended Cutting data - Schnittdaten

Milling - Erdsen

Indexable]Milling BWendeplattenfraser

Diameter range
Durchmesser Bereich @40

Operations
Anwendung © ac ©
ae B
— P © 9 o
©
& 5
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstlick- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon | y/(mymin) 150~220 150~220 150~220 150~220
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hardness ap(mm) 12 10 20 35
Harte
150~250HB ae(mm) - 8 12 8
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
leg. Stahl Fz(mmiz) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 12 10 20 35
150~280HB ae(mm) ~ 5 1 5
. V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mmiz) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 12 10 20 35
150~255HB
ae(mm) - 8 12 8
YBG302
M sel V(m/min) 80~100 80~100 80~100 -
geharteter
Stahl Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 -
RIS ap(mm) 12 10 20 -
40~50HRC ae(mm) - 8 12 -
) V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 12 10 20 35
160~260HB
ae(mm) - 8 12 8
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss | £ mmyz) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 12 10 20 35
Harte
170~300HB ae(mm) - 8 12 8
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@ Recommended Cutting data - Schnittdaten

Diameter range

Durchmesser Bereich @50

Operations
Anwendung © ae ©
ae =
ﬁ'@ ©) (9} ©) 8
5 & :
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstlick- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon| y/(m/min) 150~220 150~220 150~220 150~220
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Mraees ap(mm) 15 10 25 40
Harte
150~250HB ae(mm) - 10 15 10
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
=g il Fz(mmiz) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 15 10 25 40
150~280HB ae(mm) __ 10 15 10
V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mmiz) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 15 10 25 40
150~255HB
ae(mm) - 10 15 10
YBG302
MerEned sl V(m/min) 80~100 80~100 80~100 -
geharteter
Stahl Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 -
iRl hees ap(mm) 15 10 25 -
40~50HRC ae(mm) - 10 15 -
) V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 15 10 25 40
160~260HB
ae(mm) - 10 15 10
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss | £ (mmz) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 15 10 25 40
Harte
170~300HB ae(mm) - 10 15 10
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