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4 Copy Milling Program Tool Contents
FM Style 1 Toroid Cylindrical End Milling Cutter

FM Style 2 Toroid Taper End Milling Cutter

FMA Arbor Style Milling Cutter

Insert Data

Cutting Conditions

APKT Series

Arbor Style Holders

Screw On Heads

Milling Cutters Identification System

FMA 2000 /
FMA 63 /
Shank

FM 1000 /
FM 25 /
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Toroid Taper End Milling Cutters
Toroid Cylindrical End Milling Cutters

FM-1000/2-6.0-1000 1.000 1.000 0.882 1.250 6.000 2 FMIS-1 FMIS-2 T15 FMI-12T3
FMIR-12T3
FM-1250/3-6.0-1000 1.250 1.000 0.882 1.500 6.000 3 FMIS-1 FMIS-2 T15 FMI-12T3
FMIR-12T3
FM-1500/4-6.0-1250 1.500 1.250 1125 1.500 6.000 4 FMIS-1 FMIS-2 T15 FMI-12T3
FMIR-12T3
FM-1500/4-9.0-1250 1.500 1.250 1125 1.500 6.000 4 FMIS-1 FMIS-2 T15 FMI-12T3
FMIR-12T3
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Arbor Style Milling Cutters

FMA-2000/5 2000 1.570  2.000 5 0.312 0.750 0.375 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

FMA-2500/5 2500 1.570  2.000 5 0.375 1.000 0.500 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

§ FMA-3000/5 3.000 1570  2.000 5 0.375 1.000 0.500 FMIS-1 FMIS-2 T15 FMI-12T3

[Ty FMIR-12T3

o FMA-4000/7-16 4.000 2.880 2.500 7 0.500 1.250 0.625 FMIS-6 FMIS-6 T20 FMI-1604
E FMIW-6

w FMA-6000/9-16 6.000 3.820  2.500 9 0.625 1.500 = FMIS-6 FMIS-6 T20 FMI-1604
FMIW-6

Inch
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Chipbreaker Style Non-Chipbreaker Style
order to compute the RP alue o
DING e a 0 dete e the D
gaded 1001 dia e
e Dw depends o geo 0
D :
FMIR FMI Dd O 0 Oroia) dia o d
DO O 0 e 1001 dda B O (0 plece

Insert Data ace. A formula is p d
FMI-0702 0.275/7mm 0.094 0.112 . .
FMI-1003 0.393/10mm 0.125 0.153 . .
FMI-12T3 0.472/12mm 0.156 0.154 . .
FMIR-12T3 0.472/12mm 0.156 0.154 . . R
FMI-1604 0.629/16mm 0.205 0.1875 . . /—
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Cutting Conditions: Recommended Cutting Speed And Ap o Ao

Dw A i ™

(L10.;v22"5(;y 20 200-280HB  FMI HSN,TLN 300-800  .08-16  .04-08 .004-04 (B D > ) |
Alloy & Die Steel
(1.2311, P20, 32-42HRC  FMI  HSN,TLN 300-600 .08-16  .04-08 .004-.04 Dw=D-2R+2*\ /R2-(R-Ap)?
DME2/3/5)
102";’75;‘;9' (12344, 4o 52HRC  FMI HSN,TLN 200-450 .08-12  .04-08 .004-04
Stainless Steel

(14301, 1.4401) 200-350HB FMIR HSN, TLN 300-600 .08-.16 .04-.08 .004-.04

Gray Cast Iron
(GG25-GG30)

Nodular Cast Iron 300-
(GGG60-GGG70) 1200

Copper Alloy 80-150HB  FMIR TLN 1200 .08-.16 .04-.08 .004-.04
Aluminum Alloys 30-120HB  FMIR TLN 3000 .08-.16 .04-.08 .004-.04
Ni & Co Based Alloy ~ 250-320HB FMIR HSN, TLN 100-450  .08-.12 .04-.08 .004-.04

Titanium Alloy
(Annealed)

Cutting Conditions: Recommended Feed fz (in./tooth)

160-260HB FMIR HSN, TLN 300-600  .08-.16 .04-.08 .004-.04

180-300HB  FMIR  HSN, TLN .08-.16 .04-.08 .004-.04

<350HB  FMIR HSN,TLN 100-450  .08-.12 .04-.08 .004-.04

10 0.012 0.008 0.008 0.007 0.006 0 0 0 0 0
Light 12 0.015 0.012 0.010 0.012 0.008 0.006 0 0 0 0
16 0.016 0.015 0.012 0.012 0.009 0.008 0.007 O 0 0
10 0 0 0 0 0.012 0.009 0.008 0.007 0.006 0.005
Rough 12 0 0 0 0 0.016 0.014 0.012 0.011 0.009 0.008
16 0 0 0 0 0020 0.017 0.015 0.012 0.011 0.010
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The “fz” indicated above is for an overhang of 3xD. The values are calculated based on the
recommended thickness of the chip “hm”.

LIGHT: Ae up to 25% of the Diameter of the Tool “D”.
ROUGH: Ae up to 75% of the Diameter of the Tool “D”.
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Milling Cutters Identification System

e FMA 2000 / 5

FMA 63 / 5
Shank
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Imperial FM 1000 / 2 - 6.0 - 1000
Metric FM 25 / 2 - 180 - 25




Toroid Taper End Milling Cutters
Toroid Cylindrical End Milling Cutters

FM-25/2-180-25 25 25 23 30 180 2 FMIS-1 FMIS-2 T15 FMI-12T3

FM-32/2-180-32-16 32 32 29 100 180 2 FMIS-6 FMIS-6 T20 FMI-1604
FMIW-6

FM-32/3-180-25 32 25 24 42 180 3 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

FM-32/3-180-32 32 32 29 70 180 3 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

FM-32/4-180-32-10 32 32 31 42 180 4 FMIS-1 NA T15 FMI-1003

FM-40/3-180-32-16 40 32 29 NA 180 3 FMIS-6 FMIS-6 T20 FMI-1604
FMIW-6

FM-40/4-180-32 40 32 31 42 180 4 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

FM-42/4-180-32 42 32 31 42 180 4 FMIS-1 FMIS-2 T15 FMI-12T3

FMIR-12T3

r—

| Key Width
—D:

Arbor Style Milling Cutters

hs S
= FMA-50/5 50 40 50 3 10,4 22 10mm FMIS-1 FMIS2  T15  FMIH2T3
w FMIR-12T3
[ )
= FMA-52/7-10 52 40 50 7 10,4 22 10mm FMIS-1 NA Ti5  FMI-1003
(y FMA-52/5 52 40 50 5 10,4 22 10mm FMIS-1 FMIS2  TI5  FMIH2T3
FMIR-12T3
(0 FMA-52/4-16 52 40 50 4 10,4 22 10mm FMIS-6 FMIS-6  T20  FMI-1604
-E FMIW-6
s FMA-63/5 63 4 50 5 10,4 22 12mm FMIS-1 FMIS2  TI5  FMIH2T3
FMIR-12T3
FMA-63/5-16 63 48 50 5 12,4 27 12mm FMIS-6 FMIS-6  T20  FMI-1604
FMIW-6
FMA-63/5-16-22 63 40 50 5 10,4 22 12mm FMIS-6 FMIS2  T15  FMI-1604
FMA-100/7-16 100 84 55 7 14,4 32 32mm FMIS-6 FMIS-6  T20  FMI-1604

FMIW-6
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Chipbreaker Style Non-Chipbreaker Style
ord 0 comp RP a 0
pINd e 2 0 dete e the D
enadqged 1tooi aid el
Dw depends 0 geo 0
v Dd 0 0 Oroid) dana o eld
FMIR FMI
DO ONno € 1001 d(d 0 0P
Insert Data ace. A formula is p d
FMI-0702 7 2,38 2,84 3 3
FMI-1003 10 3,18 3,88 . .
FMI-12T3 12 3,97 39 . .
FMIR-12T3 12 3,97 39 . . R
FMI-1604 16 4,77 5,2 . .
o aaa > . \
Cutting Gonditions: Recommended Cutting Speed And Ap @® A
P
Dw A
Low Alloy Steel 200 £ D )
ow Alloy Steel - J ) . d [ >
(1.7225) 280HB FMI HSN,TLN 130-200 2,5-4,5 1,0-25 0,1-1,0
Alloy & Die Steel : : B g _ A\ /p2 2
(1.2311, P20, DME2/3/5) 32-42HRC ~ FMI  HSN,TLN 100-150  2,5-4,0 1,0-25 0,1-1,0 Dw=D-2R+2* R -(R-Ap)
Tool Steel
(1.2344, 1.2379) 42-52HRC ~ FMI  HSN, TLN  80-100 2,0-3,5 1,0-25 0,1-1,0
Stainless Steel 200-
(1.4301, 1.4401) 350HB FMIR  HSN, TLN 120-170  2,5-4,0 1,0-2,5 0,1-1,0
Gray Cast Iron 160- : L I ~
(GG25-GG30) 260HB FMIR  HSN,TLN 140-190  2,5-4,0 1,0-25 0,1-1,0
Nodular Cast Iron 180-
(GGG60-GGG70) 300HB FMIR  HSN,TLN 120-170  2,5-4,0 1,0-25 0,1-1,0
Copper Alloy 80-150HB  FMIR TLN 350 2,5-4,5 1,0-25 0,1-1,0
Aluminum Alloys 30-120HB  FMIR TLN 400 2,5-5,0 1,0-2,5 0,1-1,0
Ni & Co Based Alloy oo FMIRHSN.TLIN 3060 2030 1025 0110
Titanium Alloy K ~ . _
(Annealed) <350HB  FMIR HSN, TLN  50-70 2,0-3,0 1,0-25 0,1-1,0

Cutting Conditions: Recommended Feed fz (mm/tooth)

10 03 023 02 018 015 0 0 0 0 0 0 0
Light 12 038 03 025 023 021 018 0 0 0 0 0 0
16 045 035 03 027 023 021 018 0 0 0 0 0
10 0 0 0 0 032 029 022 018 016 014 0 0
Rough 12 0 0 0 0 o042 038 03 028 024 020 0,18 0,16
16 0 0 0 0 050 047 036 03 027 025 034 023
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The “fz” indicated above is for an overhang of 3xD. The values are calculated based on the recommended
thickness of the chip “hm”.

LIGHT: Ae up to 25% of the Diameter of the Tool “D”.
ROUGH: Ae up to 75% of the Diameter of the Tool “D”.






