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Specification of tools

Dimensions(inch)

Type A
@b L L . apMaX | (Number of teeth)
EMPO1 | -0.50"-G0.625"-AP11-01 0.500 0.625 1.00 3.50 0.433 1
Cylindrical -0.625"-G0.625"-AP11-02(L=2") 0.625 0.625 1.00 2.00 0.433 2
-0.625"-G0.625"-AP11-02 0.625 0.625 1.00 3.50 0.433 2
-0.75"-G0.75"-AP11-02 0.750 0.750 1.25 4.00 0.433 2
-0.75"-G0.75"-AP11-02(L=6.5") 0.750 0.750 3.50 6.50 0.433 2
-0.75"-G0.75"-AP11-02(L=10") 0.750 0.750 1.25 10.00 0.433 2
-1.00"-G1.00"-AP11-03 1.000 1.000 1.50 4.50 0.433 3
-1.25"-G1.25"-AP11-04 1.250 1.250 1.50 5.00 0.433 4 \
-1.00"-G1.00"-AP16-02 1.000 1.000 1.50 4.50 0.630 2
-1.00"-G1.00"-AP11-03 (L=10") 1.000 1.000 1.50 10.00 0.433 3
-1.00"-G1.00"-AP11-03 (L=6.5") 1.000 1.000 3.50 6.50 0.433 3
-1.00"-G1.00"-AP16-02 (L=7") 1.000 1.000 4.00 7.00 0.630 2
-1.00"-G1.00"-AP16-02 (L=10") 1.000 1.000 1.50 10.00 0.630 2
-1.25"-G1.25"-AP16-03 1.250 1.250 1.50 5.00 0.630 3
-1.25"-G1.25"-AP11-04 (L=10") 1.250 1.250 1.50 10.00 0.433 4
-1.25"-G1.25"-AP16-03 (L=7") 1.250 1.250 4.00 7.00 0.630 3
-1.25"-G1.25"-AP16-03 (L=10") 1.250 1.250 1.50 10.00 0.630 3
-1.50"-G1.25"-AP16-04 1.500 1.250 1.75 5.00 0.630 4
-1.50"-G1.25"-AP16-04 (L=7") 1.500 1.250 1.75 7.00 0.630 4
-1.50"-G1.25"-AP16-04 (L=10") 1.500 1.250 1.75 10.00 0.630 4
-1.50"-G1.50"-AP16-04 (L=7") 1.500 1.500 4.00 7.00 0.630 4
-2.00"-G1.25"-AP16-05 2.000 1.250 1.75 5.50 0.630 5
-2.50"-G1.25"-AP16-06 2.500 1.250 1.75 5.50 0.630 6
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Square shoulder milling tools @ Q e Q é @
EMPO1 (Gm[[™E ] |

Weldon shank
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Specification of tools

Dimensions(inch)

fYpe @D d L L z
e ! apMBX | (Number of teeth)
EMPO1 | -0.50"-XP0.625"-AP11-01 0.500 0.625 1.25 3.50 0.433 1
Weldon
-0.625"-XP0.625"-AP11-02 0.625 0.625 1.25 3.50 0.433 2
-0.75"-XP0.75"-AP11-02 0.750 0.750 1.75 4.00 0.433 2
-0.75"-XP0.75"-AP11-03 0.750 0.750 1.75 4.00 0.433 3
[r—

-1.00"-XP1.00"-AP11-03 1.000 1.000 2.25 4.50 0.433 3
-1.25"-XP1.25"-AP11-04 1.250 1.250 275 5.00 0.433 4
-1.00"-XP1.00"-AP16-02 1.000 1.000 2.25 4.50 0.630 2
% -1.25"-XP1.25"-AP16-03 1.250 1.250 275 5.00 0.630 3
-1.50"-XP1.25"-AP16-04 1.500 1.250 1.75 5.00 0.630 4
-2.00"-XP1.25"-AP16-05 2.000 1.250 1.75 5.50 0.630 5
-2.50"-XP1.25"-AP16-06 2.500 1.250 1.75 5.50 0.630 6
-1.00"-XPL1.00"-AP16-02 1.000 1.000 4.25 6.50 0.630 2
-1.00"-XPXL1.00"-AP16-02 1.000 1.000 5.75 8.00 0.630 2
-1.25"-XPL1.25"-AP16-03 1.250 1.250 4.25 6.50 0.630 3
-1.25"-XPXL1.25"-AP16-03 1.250 1.250 6.25 8.50 0.630 3

Spare parts

) screw Wrench Sketch of installation
Rmeiey Insert specifrication
o ' v pa \
20.50"~@1.25" APKT110000-APF/APM/ALH 160M2.5%6.5T WTO08IP ; “' Y
21.00"~@2.50" APKT160000-APF/APM/ALH 160M4x8.4 WT15IS ﬁ/i’
s
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Selection of inserts
() Good working conditions (1Y) General working conditions (%) Adverse working conditions
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Workpiece mate

Heat-resistant steel OO )€

Dimensions(inch) Coated grade

YBM251

® © @ O o o YBMV253
YBM351

YBD152

YBD252

YBG102

YBG202

YBG205

® ®© & O 6 06 o o o o o o o YBI320
YBG302

YBG152

YBG252

O YBS203
(@) YBS303
YC30S

YD201

\ APKT11T304-APF | 0.482 | 0.256 | 0.142 | 0.110 | 0.016

- O"° APKT11T308-APF | 0.482 | 0.256 | 0.142 | 0.110 | 0.031

®  ® O YBC302

APKT160408-APF | 0.704 | 0.367 | 0.227 | 0.173 | 0.031

APKT11T304-APM| 0.482 | 0.256 | 0.142 | 0.110 | 0.016

APKT11T308-APM| 0.482 | 0.256 | 0.142 | 0.110 | 0.031

APKT11T312-APM| 0.482 | 0.256 | 0.142 | 0.110 | 0.047

APKT11T316-APM| 0.482 | 0.256 | 0.142 | 0.110 | 0.063

5 =\ | |APKT11T320-APM| 0.482 | 0.256 | 0.142 | 0.110 | 0.079

APKT160408-APM| 0.704 | 0.367 | 0.227 | 0.173 | 0.031 [}

APKT160416-APM| 0.704 | 0.367 | 0.227 | 0.173 | 0.063 [ ]

APKT160420-APM| 0.704 | 0.367 | 0.227 | 0.173 | 0.079

APKT160424-APM| 0.704 | 0.367 | 0.227 | 0.173 | 0.094

APKT160430-APM| 0.704 | 0.367 | 0.227 | 0.173 | 0.118

APKT11T304-ALH | 0.482|0.256 | 0.142 | 0.110 | 0.016 ® O

Z Q APKT11T308-ALH | 0.482 | 0.256 | 0.142 | 0.110 | 0.031 ® O
=]

APKT160408-ALH | 0.704 | 0.367 | 0.227 | 0.173 | 0.031 ® O

@ Always stock available O Produce according to order

2650



Mmilling

Chipbreaker selection
Function

For finishing

For Semi-finishing

-ALH

Classification
P -APF -APM
M -APF -APM
S -APF -APM
K -APF -APM
N

1 Square shoulder milling

Recommended cutting parameters

(D: Diameter)

Cutting parameters

Workpiece Hardness
pX Insert grade f(IPT) )
material HB V(SFPM) ae(inch)
-APF -APM
YBC302 1000 (750-1300) | 0.004 (0.003-0.008) -
Low-carbon
<180 YB9320 1000 (650-1300) | 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
steel, Soft steel
YBM253 950 (1000-1100) | 0.004 (0.003-0.008) 0.008 (0.004-0.012)
YBC302 900 (650-1200) 0.004 (0.003-0.008) -
High-carbon
180-280 YB9320 900 (590-1100) 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
steel, Alloy steel
YBM253 850 (490-1200) 0.004 (0.003-0.008) 0.008 (0.004-0.012)
YBC302 850 (590-1100) 0.004 (0.003-0.008) -
Alloy tool steel 280-350 YB9320 850 (520-1000) 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
YBM253 720 (490-910) 0.004 (0.003-0.008) 0.008 (0.004-0.012)
YB9320 650 (360-980)
M Stainless steel <270 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
YBM253 590 (490-820)
YB9320 590 (490-820) 0.004 (0.003-0.008) 0.008 (0.004-0.012)
Cast iron 180-250 <0.5D
YBD152 650 (490-820) - 0.008 (0.004-0.012)
High-temperature 400 YBS203 320 (190-400) 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
alloy YBS303 320 (190-400) 0.004 (0.003-0.008) 0.008 (0.004-0.012) <0.5D
-ALH
YD101 1000- 0.008 (0.03-0.016) <0.5D
Aluminium alloy --
YD201 1000- 0.008 (0.03-0.016) <0.5D
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Milling

eco ended g para e (D: Diameter)
Cutting parameters
. . Hardness
Workpiece material Insert grade f(IPT) )
HB V(SFPM) ae(inch)
-APF -APM
YBC302 620 (550-820) 0.004 (0.003-0.006) -
Low-carbon steel.
Soft steel <180 YB9320 620 (450-820) 0.004 (0.003-0.006) | 0.006 (0.004-0.01) D
oIl Stee
YBM253 490 (420-690) 0.004 (0.003-0.006) | 0.006 (0.004-0.01)
YBC302 550 (490-720) | 0.004 (0.003-0.006) -
1 || High-carbon steel.
Al o6l 180-280 YB9320 550 (420-820) 0.004 (0.003-0.006) | 0.006 (0.004-0.01) D
oy steel
YBM253 450 (360-650) | 0.004 (0.003-0.006) | 0.006 (0.004-0.01)
YBC302 490 (420-680) 0.004 (0.003-0.006) -
Alloy tool steel 280-350 YB9320 490 (360-780) 0.004 (0.003-0.006) | 0.006 (0.004-0.01) D
YBM253 420 (360-590) 0.004 (0.003-0.006) | 0.006 (0.004-0.01)
YB9320 390 (260-620)
M Stainless steel <270 0.004 (0.003-0.006) | 0.006 (0.004-0.01) D
YBM253 320 (260-550)
YB9320 390 (260-590) 0.004 (0.003-0.006) | 0.006 (0.004-0.01)
Castiron 180-250 D
YBD152 390 (260-690) - 0.006 (0.004-0.01)
High-temperature YBS203 190 (150-360) | 0.004 (0.003-0.006) | 0.006 (0.004-0.01)
<400
alloy YBS303 190 (150-360) | 0.004 (0.003-0.006)| 0.006 (0.004-0.01) o
-ALH
YD101 1000- 0.008 (0.003-0.012)
Aluminium alloy --
YD201 1000- 0.008 (0.003-0.012)
D —
.
- b —————
>

é‘@ N b

\
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Mmilling

Reco ended g paramete (D: Diameter)
APKT Ramp milling, helical interpolation milling (Inserts-11)
i - Helical interpolation
Diameter Ramp milling T
milling
@D(mm) - X — —
Maximum | Maximum | Minimum Minimum T
cutting depth| ramp angle length diameter itch(in)
ap(in) a° Lm(in) @D(in) | P
@0.62" 0.394 10.0 2.232 0.787 0.079
® Ramp milling
@0.75" 0.394 5.0 4.504 1.102 0.079
@1.00" 0.394 4.5 5.000 1.575 0.079
a @1.25" 0.394 3.0 7.512 2.205 0.079
_ A Maxi
[me tea (oi:Maximum ramp angle)}
[EE—
@1.50" 0.394 2.0 11.276 2.756 0.079
APKT Ramp milling, helical interpolation milling (Inserts-16)
@ Helical interpolation milling . . Helical interpolation
4 Diameter Ramp milling milling
P @D(mm) - : — —
Maximum | Maximum | Minimum Minimum Maximum
. cutting depth| ramp angle length diameter itch(in)
: ap(in) a° Lm(in) @D1(in) | P
!
2 2 2 ; Z / @1.00" 0.59 6.0 5.59 1.25 0.079
@D
D1
@1.25" 0.59 4.5 8.425 1.89 0.079
P
tgo=—= (o:Heli
[ g D1 (o:Helical angle)]
@1.50" 0.59 2.5 13.50 2.362 0.079
@2.00" 0.59 1.5 22.52 3.15 0.079
@2.50" 0.59 1.0 33.82 4.134 0.079

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