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CUSTIOM"Designed Inserts & Toolholders
— EREBESUCLIFE - RETIR&JIE » BUDSRERE]E -




CMTEC a professional cutting tool manufacturer in Taiwan, was established in 1987 with
Mr. Chen. Our mission is continuous develope and excelsior, to present high quality products
and service to our customers in all industries such as aerospace, automotive, mold & die,
electronics and medical equipments, etc. We continuously develop high precision, efficiency a
nd long-life cutting tools for different materials processing.

All our products are made in Taiwan with Swiss technology. We use the best carbide material
made in Europe and put focus on end mills, drills, reamers, thread, slitting saws, inserts, PCD
inserts and the other special tools, especially in customized products. From 3D simulation,
geometric design, grinding, to inspecting, all of them are handled by the most professional
team to provide customers with complete solutions.

CMTec is one of the leading manufacturers in Taiwan, and trusted by companies worldwide.
Our products are exported to the whole world, like Europe, South-East Asia, U.S.A., Japan and
Mainland China...etc. We have several branches providing high quality products and services
to customers.
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External Turning Toolholders P.186
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Internal Turning Toolholders
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Carbide Grooving / Parting Inserts P.214
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Grooving / Parting Toolholders
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Carbide Inserts For Automatic Lathes P.219
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@ ECSC

2
Multipurpose Chamfering Cutter
#EAs)mT EE(R)mI ERIMT BVHEINT Bz AN T EHIMNT

Chamfering Countersinking Spotting V-Grooving Engraving Turning
— ! —4 =

Lo

>)

o —{ETIfEA « EA: ~ BRI I REESNSINEIRITIA -

A perfect multi-functional cutting tools in chamfering, spotting and engraving.

o EaWEN - M - 75l - 5H - TR -

For carbon steel, alloy steel, stainless steel, cast iron and aluminum alloy machining.

o AR CNCH#tK - CNCEKRFMCNCEIFESMIH

Applicable to CNC milling machine, CNC turning machine and mill-turn machine.

o H£H/4EREITIERET - RIEEFJIAERE -

Total 4 cutting edges for cost-effective cutting.

o MIEE  BEMS -

Less vibration and higher stability.



LNIDX / LOMDI

o MNIREESZEE]I1mm o
Productivity- High feed rates with axial depth of cut up to 1mm.

o BmiEMRSHIEMIIBHEE - REEED -

High Feed Milling- Increase chip removal capability and productivity.

o SMIMENIEATIR © FEINIIIHIES - EIRSBEEEH -

Strong positive inserts for reducing cutting forces and fulfill efficient milling.

o TJEEER - HBE4EIIHIT) - AREERSNEH » FEZFIMIAZ -

Cost savings- double-sided deigned with total 4 cutting edges for cost-effective milling.

o JIF REERAT1.5f1.6mmiifE @ RIUBFHEERTE

There are two inscribed circle diameter 1.5mm and 1.6mm, providing customer with programming.

WWW.CMTEC.COM.TW / CM Téc



@ ALUMINUM

I F | $54MES FISET]

Milling Insert For Aluminum

ial 1T & H)HYEE X

HEB B - TR - A3 7]

o RRHZEIHITH : $t71F - $£7]58 - Ex/IEE o

Available in multiple mounting configurations : end mill, thread shank mill and face mill type.

o IRHEJIR ¢ 16~260mm @ BIMAARILHRT - BEZHIRER -

Diameters from 16mm up to 260mm, for machining different size of workpiece.

o FrHncHkily - PRI TRMERFRE @ IBRmMmBERR -

The special polishing technology reduce friction and increase chip removel.

o EEiREE - WSEERA -

For aluminum alloy and copper alloy machining.

o EE#HH ~ th ~ FBINI -

Use for roughing cutting, semi finishing, finishing.



=P 2 P.214

EiEE - 5HE + 85
At’UfEEEEEﬂHI - [ — HE

o YT RE RS ZEI30mm °

Cutting depths up to 30mm.

o RMINEEE0.33~4. 1mm ' FEZFERTHMTASZMENT -

Inserts are available in widths from 0.33mm up to 4.10mm, for all grooving operations.

o RMENERIIEETIH(RA1.0~2.0R) ' BERZERTHWTHGZBERZMI -

We provide Indexable insert for grooving full radius slots (1.0R ~ 2.0R), for all size components profiling.

o BARCNCEFK » ELNERMCNCEHESIIH -

Applicable to CNC turning machine, traveling-spindle CNC lathes and mill-turn machine.

o BEEWHERM - Sl - A5 - RE - lReELZER -

For carbon steel, alloy steel, stainless steel, cast iron and aluminum alloy machining.

WWW.CMTEC.COM.TW / CM Téc
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PRODUCT SELECTION TABLE
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EmiEIER

PRODUCT SELECTION TABLE

ENT

Double-Sided
Inserts

Face Milling
Side Milling

JIREEER
Single-Sided
Inserts

\
5
il ) CMP
s faemL TIF B R
7] [ErRER] Single-Sided
= Copy Milling- e
. . nserts
High Precision

ARz T

o JIREEFEA
C[ :Ez'] uﬁﬁ? ] Single-Sided
Inserts

Roughing
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PRODUCT SELECTION TABLE
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IR I1SO He il A2 #E

ISO DESIGNATIONS FOR MILLING INSERT

AP M T 16 04 08 P D E R

HHEEH EHIOEBED
TIEZ4k TIE BRA A
Insert Shape Clearance Angle

At e e e | O &\ (| BFIEFEFFEE
A B C D E H K L A B C D E
Q O Q @ O Special JA/zs“ bsw \-LT‘ \T/ Special
M (0] R S T \% w X F G N P X

JIRER
Insert Length

3 JRAZ%E TR &
Tolerances Class Chipbreaker and Hole

S s | wm| | cwp R H ML/ g g
@ " C d> D Code Hole %rg:iléir Hole Type A B c D
Range of Tolerance R ;7 EH\ 7 7 E H K L
#ek | mx | dax [ sx F - M [] O
A | 0005 | 0025 | 0025 A = OO | U7 | |y ot R‘ ) gt
\ F 0.005 | 0013 | 0.025 M =gl B N Y117
C | o013 | 0025 | 0025 G €m DI T A LLJJ 8!
H 0013 | 0013 | 0.025 W | 57EmH E:id 1] O/ T v w
E 0025 | 0025 | 0025 T 40~60° EE M1 | Yy
s G 0.025 0.025 0.130 Q | zHAEmE i (]
o J 0.005 |0.05~0.15| 0.025 u 40~60° =17 N
% K 0.013 |0.05~0.15| 0.025 B | 57.8% E:id 1] O/
7] L 0.025 |0.05~0.15| 0.025 H 70~90° BEmE M| Yry
) M |0.08~0.18 | 0.05~0.15| 0.130 C | saewE i DI
N |0.08~0.18|0.05~0.15| 0.025 J 70~90° =451 N
u X

0.13~0.38 | 0.08~0.25 | 0.130 ¥5%:8% Special Shape

JREE
Insert Thickness

N X5k
g & Code 01 | T1 |02 | T2 |03 | T3 |04 | 05| 06 | 07 | 08
= T[:
2. s
o
a S (mm) 1.59|1.98|2.38 (2.78|3.18 | 3.97 | 4.76 | 5.56 | 6.35| 7.94 | 9.52
=
(_g PANY
3 TIRR A
= Corner Radius
2
w C 3
g“’;ﬁ“ 00 | 01 (015|018 | 02 |035| 04 | 08 | 10 | 12 | 16 | 24 | MO
ode
R | [Eli
(mm) %7)| 0.1 /0.15/0.18| 0.2 |0.35] 0.4 | 0.8 | 1.0 | 1.2 | 1.6 | 24 |




IR I1SO He il A2 #E

ISO DESIGNATIONS FOR MILLING INSERT

RG

FRAE
Entering Angle

CM6032

@R ENEIL
A
45° | 60° | 75°

85° | 87° | 90° | 4%k
12587
Wiper Angle
A B C D E F G N P X
CBnel | 37| 57| 70| 157|207 | 25°| 30° | 0° | 11° |45
st 11 BEEE
Cutting Edge Cutting Direction
F E T S R —> |IN<—> |L <—
RE (=)= g |fHE+ES < N~——
Sharp ‘ l;ounded‘ %hamfer‘ Clgmfer’rRounde‘d O \V/ >
12 BRG]
Chip Breaker Design
==t & F =it & H
Chip Breaker Application Chip Breaker Application
o snsr - ELIHIBE DR TIORET - BEH
- SEFIRIRIERTATIORET  BEIE =
ATl E T 7R 2R
AL Large positive rake angle with MM Low cutting force for medium
fSehr?(I;p ::]:2?3 edge for Non- MG cutting in steel, stainless and cast
BEaEaRMT . - FhIT iron.
For Aluminum Medium
- BFIFARIERTATIORET - BEESH - BREMERMTIORE - BSEM - 5
NI ZRER - AR ERAAEIN IR -
FG Large positive rake angle with RG Strong geometry design for rough
sharp cutting edge for finishing cutting in steel, alloy steel and
=T cutting in steel. ST hardened steel.
Finishing Roughing
- SERIMTIORE  WEEM - 75 _ s e R
V SR I AL A T 2 e Lk
SM il . . HG Strong negative and big
SG Sharp geometry design for semi chamfering cutting edge for
finishing cutting in steel, stainless rouahing foraing and cast skin
HEMT and difficult-to-cut material. EHEMT ghing torging .
Semi Finishing Heavy Roughing

Bt fecd= 4

()
Q
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IR I1SO He il A2 #E

ISO DESIGNATIONS FOR MILLING INSERT
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13 ;IR MER
Milling Insert Grades
) MIHE
MER | ZEER we T Work Material ERERGE
ing F o
eatures Application Industry Area
Type Type MIKINIS
. SEME o - BEE,PMI - - BITERESH -
CM10 BRE | 5@32?:%;3" Finishing and medium cutting. —-le|= Bike and auto parts.
(#E&) | Uncoated |~ ¥  EERERMT - - EFEH-
esistance. ; ]
For aluminum alloy. Electronic parts.
CM6022 _
(£8) °lelTlol°. mmmx.
- EEEENT , BT - Mold & die.
PVD - ST o Continuous finishing cutting. - EESH -
($932) |- High wearresistance. |- ESFHEM , SEMT - Hardened parts.
CM6123 For hardened steel and cast iron. - fRARSH -
(E£8) _ Aircraft parts.
AR elej-je
Upgrade
CM5332 ©|6|—|—
(£8)
- BEPMI - . EEETEMH o
Medium finishing. ;ﬁfﬁs
. THEEME o o PP RiEMm =im .
CM6032 PVD it S 4 _ Anﬁlﬁiﬂﬁ. il , A5H, 55 B R Y
(26) (432 - Wear resistance . ST - ©|© (@) Machinery parts
- THEEM - For carbon steel, alloy steel, . ﬁﬁ_’*gﬁryo P ’
* Impact resistance. stainless steel and high Airc‘:raft arts
temperature alloy. parts.
CM6133
(E8) —
AR ele|-je
Upgrade
- EEMEMNIEEREMT - N
naor , - REBE
CM6143 PVD - High impact resistance. Eﬁg"ﬁ‘m’l'f HE AEREE olo|-lo - WS
(&) | (Y3E) |- =S8 F'E"mn bon steel. allov steel Machinery parts.
- High toughness. or carbon steel, alloy steel, - A o
stainless steel and high Aircraft parts
temperature alloy. parts.

O ' 55— First Recommend O : $8_#E Second Recommend

— ! I#EE NO Recommend




E5aa#t 7] A

CARBIDE MILLING INSERTS

41 Alloy Steels CERCRNCHNCENG) © : S—3#7 First Recommend
- “ A %580 Stainless Steels ©|©0|060|060|06 O : S5 #ERE Second Recommend
T $8#4 Cast Iron o|lo|o|o|e RO e e
g #8255 Aluminum Alloys - == == F : ¥80L Finishing
P S : 34EMNT Semi Finishing
=iRAas%E HighTempAloys | O | © | O | © | © M : 1T Medium
FE5 M Hardened Steels R : #2851 Roughing

118815 Grade R=F Dimension (mm)
A B AR SR | 2|2 JJr 2D E

Order No. Drawing

FERREEAESENT ~ BFINT [ JJATEEERA] o High Feed Face Milling & Copy Milling [ Double-Sided Inserts ] .
T| LNMX0303-SG ® © O | @ o 1159/6.00(4.29| — |2.85

34
35
36

m
o
=
E]

T| LNMX0303-MG ® & O ©o o 1159/6.00 429 — |2.85

m
"
=
El

K| LOGX030310-SG o o 11.9]16.203.96| — [3.45

,1
)
=
El

K| LOGX030310-MG e o 11.9/6.20(3.96| — |3.45 39

Fls|m|R e

T) BNMX0603-SG ® o o | @ @ 900638375 — |320 5

o

7]

Fls|m[R 1=
T/ BNMX0603-MG ® o | 0| e @ 000638375 — 320

WNMX09T316-RG ® & O e o 952 — 397 1.6 |3.60

F \ s \ M \ R
T| BNMX0603-RG ® o @ o @ 900638375 — 320
o
F s|[m[R 3
T| BNMX0904-MG o/ oo o @|119/018]480] — |420 g
=
=F
Fls|m|R 2
K| WNMX09T316-MG ° ® o @ 95| — [397] 16 360 &
@
F \ s \ M \ R
-

11
"
=
El




E5aa#t 7] A

CARBIDE MILLING INSERTS

41 Alloy Steels CHERCENCHNCENC) © : S—3#7 First Recommend
- “ A %80 Stainless Steels ©|©0|06|060|0 O : B Second Recommend
T $8#4 Cast Iron o|lo|o|lo|e RO e e
g #2535 Aluminum Alloys - ===~ F : ¥80T Finishing
=maas S : 34EMNT Semi Finishing
=iR&s® HighTempAloys | O | © | O | © | © M : 1T Medium
sHE# Hardened Steels R : #80T Roughing

R~ Dimension (mm)

I FEARSR =22 71/ 2D E
Order No. Drawing
FERREEAESNT ~ (BFINT [ JJATEEER] o High Feed Face Milling & Copy Milling [ Double-Sided Inserts ] .
X S| WNMX130516-MG @ © o e o 127 — |6.02|1.60 4.70
\
@ ““
Fls|m[R
FERREEAESINT ~ AT [ JJFEmEER] o High Feed Face Milling & Copy Milling [ Single-Sided Inserts ] .
! S|ISR145 ) @ © @ 120/ 7.0 [3.00]1.45|3.40
! S| ISR145-F ) ® ® @ 120/ 7.0 [3.00]1.45|3.40 -t B Y
Fls|m|R
: MUDMW120420ZDSR-MG @ ® © O  25|12.0/4.76|2.00|4.75
il Fls|m[r "
'%3 : M| JDMW120420ZDSR-RG | ® | @ | @ | ® | ® | 2.5 | 12.0|4.76 | 2.00 | 4.75
Fls|m[R
M| JDMW140520ZDSR-MG L ) 2.8 |14.0 |5.56 | 2.00 | 5.75
o
@ =
a
Fls|m|R
M| JDMW140520ZDSR-RG ( ) 2.8 |14.0|5.56 | 2.00 | 5.75
O
O
S @
‘é Fls|m[R
= M| JDMT140520ZDSR-MG ® © O 28 |14.0|556|2.00|5.75
= &8
= @
D
Z Fls[m|R
H| SDMT1205ZDSN-MG ° ® | ® | ® 127| — |556|15.0|4.60
.
r
@ O @I‘” “
Fls|m|R A S
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CARBIDE MILLING INSERTS

RIIBHRER

Order No.

PMETE Grade

ERRSESESNT - ARNT (IRERFER] -

High Feed Face Mil

R\

#fi41 Alloy Steels ©|lo0 |0 |0 |0 © : S—1#7 First Recommend
i A §58 Stainless Steels ©| 6|0 |06|06 O : B3R Second Recommend
T #8841 Cast Iron o|lo|o|lo|e — ¢ FIEH NO Recommend
g #8255 Aluminum Alloys el T T R F : #8101 Finishing
P S : 4EMNT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : 1T Medium
FE5 M Hardened Steels R : #850T Roughing

Dimension (mm)

7R 2D

Drawing

ling & Copy Milling [ Single-Sided Inserts] .

46

SDMT1205ZDTN-MG ® @ | @ @ 127 — |556(15.0| 46
F
SDMT1205ZDTN-RG ® @ | @ @ 127 — |556|15.0| 46
F O]
SDNW1205ZDSN-MG ) 12.7| — |556|15.0| 4.6
A S
F
SDNW1205ZDTN-RG | ® | @ | @ | ®@ | ® [12.7| — |556|15.0| 4.6
—
Fls|m|R
FERREEAESEMT ~ 5FINT [ JJFEEER] o High Feed Face Milling & Copy Milling [ Single-Sided Inserts ] .
! T| WPMWO080615ZPSR-MG ) 8.0 |12.87/6.35| 1.5 | 5.5
F \ s \ M \ R
T| WPMWO080615ZPSR-RG C ) 8.0 |12.87/6.35| 1.5 | 55

BRAREH#NT [FTEEER] -

Face Milling [ Double-Sided Inserts] .

Q W[ HNMX0704-SG ®| o @ [127]68 4451240
F \ s \ M \ R

@ W/| ONMX0505-RG ° | o @ 127/127]640| — | 60
Fls|m|R

B W/| SNMX1205-MG ° ® o @ |127]150(640| — | 6.0

—

7 9% 55 58

spasu| Bulliy apigie)




E5aa#t 7] A

CARBIDE MILLING INSERTS

#fi#4 Alloy Steels ©|6 |0 |06 |0 © : EE—37 First Recommend
i A$58 Stainless Steels ©| 6|0 |0|06 O : B3R Second Recommend
T $884] Cast Iron o|le|o|o|e — ¢ FHE# NO Recommend
g #2535 Aluminum Alloys - ===~ F : ¥80T Finishing
P S : H4EMNT Semi Finishing
=iR&5® HighTempAlloys | O | © | O | © | © M : 1T Medium
FE5 M Hardened Steels R : #8/1T Roughing

R~ Dimension (mm)

RIFEARSR 2| 2|2 71/ 2D
Order No. Drawing
FERRESINT [ DETEEFEAR] o Face Milling [ Double-Sided Inserts ] .
W/| SNMX1205-RG [ J ® | O o 127150640 — | 6.0 V q
@ Jar | ag
| —— =) » 49
A )jB S
Fls|m[R
FERRESINT [JJFEEEER] - Face Milling [ Single-Sided Inserts ] .
OFMTO5T3TN-MG ® | ©® o 127, — |380| 0.6 | 4.6
di 50
OFMTO5T3TN-RG ® | ©® o 127 — [380| 0.6 | 4.6 26°
S
SEMR1203AFSN-RG ® o 12.7/1.60|3.18| 1.0 | 2.0 v B
~ .
' o -
< /\ﬁ/zo
5 A 8]/
ﬁﬁ'g SEKT1204AFEN-MG ® o 127 — |4.76| 0.8 | 5.5
SEKT1204AFTN-RG ® | ® O 127| — |476| 0.8 | 5.5
SEKW1204AFEN o | © 127 — |4.76| 0.8 | 5.5 .
M=
. | 51
Q 20
& A S| /
o
% SEKW1204AFSN-F [ 2RI ) 127 — |4.76| 0.8 | 5.5
§
Q
S5
@
a- SEKW1204AFTN ® o 127 — |4.76| 0.8 | 5.5




E5aa#t 7] A

CARBIDE MILLING INSERTS

LSBT EEEE ©/9/0j0 |~ © : 5—3¥EE First Recommend
i A58 Stainless Steels ©| 6|0 |06|— O : 53R Second Recommend
T #5185 Cast Iron © 0|06 |0 | — — ¢ FIEH NO Recommend
g $255E Aluminum Alloys o|l—-|—-|—-]@ F : #8101 Finishing
=maa _ S : 34EMNT Semi Finishing
=iREAa5E HighTempAlloys | O | O | © | © M : AT Medium
sfE M Hardened Steels R : #8#1T Roughing

18815 Grade R~F Dimension (mm)
R IB AR SR 2| 2|2 71/ 2D

Order No. Drawing

FERRESINT [7JFEEER] o Face Milling [ Single-Sided Inserts ] .
K| SEET1204AFFN-AL ® 127 — |4.76| 0.8 | 55

(o)

"/ @ \
r

3

“’/6, K| SEET1204AFFN-FG [} 127 — |4.76| 0.8 | 5.5 ‘ % 5 20

) 1P

n

Fls|m|R
M| SEMT13T3AGEN-MG | @ | @ | ® | ® 134] 1.9 |397| 15 | 42
7N
&
Fls|m[R
M| SEMT13T3AGSN-MG | @ | @ | @ | ® 134 1.9 [397| 15 | 42
&
Fls|m|R
M| SEMT13T3AGEN-MG | @ | @ | @ | @ 13.4] 1.9 |3.97] 15 | 42
— 5
o i
— ﬁ%
Fls|m[R 7]
M| SEMT13T3AGTN-MG | @ | ® | @ | @ 13.4] 1.9 [397] 15| 4.2 =
=
&
'—’
Fls|[m|R .
B & B, -
s | SEMT13T3AGTN-RG o/ oo 134 19 [397| 15 | 42 e, P g =
[5) NS O
Fls|m[R o
® M SEMT13T3AGTN-HG o/oeo 134] 1.9 |397] 15 | 42 =
@ E-.
‘ D
Fls|m[R E
M| SEET13T3AGFN-AL ® |134] 19 [397] 15| 42 =
=L
— () 7
Fls|m|r

l l M| SEET13T3AGFN-FG ([ ] 134 1.9 (397 | 1.5 | 4.2

m
"
=
El




E5aa#t 7] A

CARBIDE MILLING INSERTS

#8474 Alloy Steels ©l |0 |06 | - © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6|06 |06 |— O : B3R Second Recommend
T $&3% Cast Iron ©lo|lo o - — @ TR NO Recommend
g #2E % Aluminum Alloys o|l-|—-]—-10© F : #&80T Finishing
P _ S : 4FINT Semi Finishing
=iEa5E HighTempAlloys | O | O | © | © M : ST Medium
SHE# Hardened Steels R : 48/ T Roughing

+1E81% Grade R=F Dimension (mm)
H= s | 2|2 J1H 2D
Order No. Drawing
FERREINT [7JFEE[ER] o Face Milling [ Single-Sided Inserts ] .
SPMN120308 ° 127 — |3.18| 0.8 |2.00
n
%Td] 53
‘,—,‘\ /Hr
A S
Fls|m[R " s
FEFRESE ~ ISR T [ DB oIE2mEER] o Face Milling & Side Milling [ Double-Sided Inserts ] .
S| XNMX040304-SG e oo 6.7 | — |3.28 0.4 |3.15
Fls|m[R 54
55
S| XNMX040304-MG o o | o 6.7 | — [3.28| 0.4 |3.15 56
o XNMX040308-MG e o oo 6.7 | — [3.28| 0.8 |3.15
\ F ‘ s ‘ M ‘ R Ttﬂ
: S| XNMX080608-MG e o oo 12.53| — |6.50| 0.8 |4.50 -
is Fls|m[R o
%ﬁ'ﬂﬁ : S| XNMX080608-RG o oo 1253| — |6.50| 0.8 |4.50
Fls|m|R
FERRESE ~ AISkINT [ ZJRE®EER] o Face Milling & Side Milling [ Single-Sided Inserts ] .
I| APKT100304PDER-AL ® |10.5| 6.7 |3.50| 0.4 |2.80
-2
Fls|m|R
o I| APKT100304PDER-SG | ® 10.5| 6.7 |3.50| 0.4 | 2.80
1 <=
5 - 0=
= Fls/mlr A O T |
= I| APKT100304PDER-MG | ® | ® | @ | @ 10.5| 6.7 |3.50| 0.4 |2.80 S B
= _
= & APKT100308PDER-MG | @ | @ | @ | @ 10.5| 6.7 |3.50| 0.8 |2.80 B sl
o
=4
@ Fls|m[R
. || APKT100304PDER-RG o o 10.5| 6.7 |3.50| 0.4 |2.80
A
Fls|m[R




E5aa#t 7] A

CARBIDE MILLING INSERTS

#8474 Alloy Steels ©l |0 |06 | - © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6|06 |06|— O : B3R Second Recommend
T $&3% Cast Iron ©lo|lo|lo| - — @ TR NO Recommend
g #2E % Aluminum Alloys o|l-|—-]—-1© F : #&80T Finishing
P _ S : 4FINT Semi Finishing
=iEa5E HighTempAlloys | O | O | © | © M : ST Medium
:RE M Hardened Steels : $87NT Roughing

+1E81% Grade R=F Dimension (mm)
H= s | 2|2 715 2D B
Order No. Drawing
FERESE ~ BISEINT [ 7JREEER] o Face Milling & Side Milling [ Single-Sided Inserts ] .
T| APKT160408PDER-MG | @ | @ | ® | @ 16.3]9.52|5.25| 0.8 | 4.5
Fls|m[R .
' APKT160408PDER-RG| ® ([ ® | ® | @ 16.3|9.52|5.25| 0.8 | 4.5 N
AlLO) d1
¥ ' 7/\11“
.LJ Lé»#
APKT170516PEERRG| ® | ® | ® | @ 18.5/10.7|5.56 | 1.6 | 4.5
58
APET160402PDFR-AL ® 16.3]9.52|525| 0.2 | 4.5 /
APET160404PDFR-AL ® 16.3]9.52|5.25| 04 | 4.5
A
O “1d1 55
APET160402PDFR-FG | @ 16.3|9.52 | 5.25| 0.2 | 4.5 i N s
APET160404PDFR-FG | ® 16.3]9.52|5.25| 0.4 | 45 B s L8] 7 ﬂﬁj
APMT103508PDER-RG | @ (@ | ® | @ 10.64| 6.50 | 3.50 | 0.8 | 3.0 =3
59
APMT113508PDER-MG | @ | ® | ® | @ 11.06.35|3.50| 0.8 | 2.8
APMT113516PDER-MG e o 11.06.35|3.50| 1.6 | 2.8
Q
APMT113508PDER-RG | @ | @ | @ | @ 11.06.35|3.50| 0.8 | 2.8 o =1
Td1 | 61 3
/\Ln" & 5
S| 7 65 =
(o]
APMT113508PDER-HG e o | o 11.06.35|3.50| 0.8 | 2.8 =
o
=L
w
APMT160408PDER-MG | @ | ® | ® | @ 16.5|9.52|4.76 | 0.8 | 4.4
APMT160416PDER-MG e o 16.5(9.52|4.76 | 1.6 | 4.4 2421
66
Fls|m|R




/

T 8 88 58

spesu| Buliy epiaied

E5aa#t 7] A

CARBIDE MILLING INSERTS

FIFBHRER

Order No.

FERRE - QNI [7IREmEER] -

METE Grade

R

#8474 Alloy Steels ©© 0|06 © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6| 0|06 O : B3R Second Recommend
T $&3% Cast Iron ©lo|o|o — @ TR NO Recommend
g #2E % Aluminum Alloys o|—-|-1- F : #&80T Finishing
P S : 4FINT Semi Finishing
=iEa5E HighTempAlloys | O | O | © | © M : ST Medium
SHE# Hardened Steels R : 48/ T Roughing

<} Dimension (mm)

7lF 2D H

Drawing

Face Milling & Side Milling [ Single-Sided Inserts] .

M| APMT160408PDER-RG | ® | @ | @ | ® 16.5]9.52|4.76| 0.8 | 4.4
R
M| APMT160408PDER-HG | ® | ® | @ | ® 16.5|9.52 | 4.76 | 0.8 | 4.4
62
64
APGT160408PDER-AL 16.5|9.52 |4.76 | 0.8 | 4.4 B
F \ e \ M \ R
M| APGT160408PDER-FG| ® 16.5|9.52|4.76| 0.8 | 4.4
Fls|m|R
S| AXMT123508PEER-RG | @ | @ | ® | ® 12.18]6.93|3.58 | 0.8 | 3.4
e .
F \ s \ M \ R
S| AXMT170508PEER-RG o|oe 17.5]10.2|5.56 | 0.8 | 4.6
é AXMT170516PEER-RG o|oe 17.5(10.2|5.56| 1.6 | 4.6 gg
70
CPMT090308-MG ° 952| — |3.18] 0.8 | 4.4
\r
o/ME
- —_— U 11°
CPMT120408-MG ° 12.7 476/ 08 | 55 | =20 5
JDMT150508R-MG o|oo 15.1]9.12|5.00| 0.8 | 4.5
71
SOMT08T308-SG ° 85| 56 |3.30| 0.8 | 2.8
SOMT140408-SG o o 13.8(10.3(3.90| 0.8 | 4.1 .




E5aa#t 7] A

CARBIDE MILLING INSERTS

RIREARSR
Order No.

FERRE - QT [7IREmEER] -

METE Grade

R

#8471 Alloy Steels ©|lo|o |0 |0 © : E—H7 First Recommend
i 4§58 Stainless Steels ©| 6|0 |0|06 O : B3R Second Recommend
T $# Cast Iron o|lo|o|o|e — ¢ AHER% NO Recommend
g #2&5 Aluminum Alloys - ===~ F : #8101 Finishing
P S : 4EINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : ST Medium
SHE# Hardened Steels R : 48/ T Roughing

<} Dimension (mm)

7lF 2D H

Drawing

Face Milling & Side Milling [ Single-Sided Inserts] .

I| TPKR1603PPR-MG oo 16.5]9.52]3.10| — |2.20
A TPKR1603PPR-RG ® o @ 165952310 — |220
Fls|m[R
! T| TPMX100408-SG o o 6.90| — |4.00| 0.8 |3.00
Fls|m[R 73
74
! T| TPMX100408-MG ® © @ o @ 69 — [400] 08 3.00 .
Fls|m[R
. T| TPMX150508-MG oo oo @107 — [500] 08485
& @ 73
Fls|m|R
S| W39011T308-MG ® o @ o @ |11.0/690|359] 0.8 |2.80
é W39011T320-MG o o0 o 11.0|6.90 | 3.59 | 2.0 | 2.80 .
(e}
FlsIm|R A
R Rl
S| W390180612-SG ® | ® | @ 154/11.0/633| 1.2 |4.20 v
é B, 5
Fls|m[R
S| ANRT070204-RG ® o @ o @ 640430/238] 04 220
é ANRT100308-RG ® o @ o @ 930635340| 08 290
e
Fls|[m[R
S| ADMT060208-SG oo 7.00|4.09]2.45] 0.8 | 2.00
/i\
Fls|m[R
S| ADMT060204-MG ° oo 7.00|4.09]2.45| 0.4 | 2.00
é ADMT060208-MG ® o @ o @ [700/409]245] 0.8 |2.00
ADMT060216-MG ® | ® 700409245 16 |2.00
Fls|m|R
S| ADMT10T308-SG ® | ®© | @ 11086386380 0.8 |3.00
Fls|m[R

7 9% 55 58

spasu| Bulliy apigie)




E5aa#t 7] A

CARBIDE MILLING INSERTS

#fii#4 Alloy Steels ©|6 |0 |06 |0 © : EE—37 First Recommend
i A 4§58 Stainless Steels ©| 6|0 |0|6 O : B3R Second Recommend
T $# Cast Iron o|lo|o|loe|e ~ * FH#8 NO Recommend
g $2&5 Aluminum Alloys - ===~ F : ¥&0T Finishing
P S : 4FINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : 1T Medium
:RE M Hardened Steels R : #8/1T Roughing

+1E81% Grade R=F Dimension (mm)
R IB AR SR 2| 2|2 71/ 2D E

Order No. Drawing

FERRMGRINT - SfREE [JREmREfER]

W| cMP32D12-SM
CMP32D16-SM
CMP32D20-SM

]

Copy Milling- High Precision [ Single-Sided Inserts] .

12 16.00|2.50| 6R | 5.0
16 [6.00|3.00| 8R | 5.0
20 |6.00|3.00 10R | 5.0

CMP32D25-SM 25 9.00 | 4.00 |125R| 6.0 di
F| s | ™| R |cwmP32p32-sm 32 [10.0|5.00| 16R | 8.0 . 84
W| CMP32D12-MM 12 |6.00(250| 6R | 5.0 | B R 85
CMP32D16-MM 16 |6.00(3.00| 8R | 5.0 I

CMP32D20-MM
CMP32D25-MM
F \ S \ M \ R | CMP32D32-MM

20 |6.00|3.00| 10R | 5.0
25 |9.00 4.00 |12.5R| 6.0
32 |10.0|5.00 | 16R | 8.0

FERIMERZINT - #HMTA [ ZJREmER] o Copy Milling- Roughing [ Single-Sided Inserts ] .

\ W| WP26339R14-RG e & o o o — 1952397 | 1.2 | 44
6 se
' @ ;
W| WP26379R25-RG ® | ©® O © o 11 13.0/556| 20 | 55 L:Ii ’
87
il @ 88
‘% Fls|m|R
5 FERRMERZINT ~ m#s T [JJREmEER] o Copy Milling & Face Milling [ Single-Sided Inserts] .
S| RCMT1204MO-FG [ ] o 120 — |4.76| 6R | 4.2
® Ton |
< @ e
i
Fls|m|Rr

%
Q
=]
=
[}
(]
=
=
«
=
(2]
(0]
=
—
(2]




E5aa#t 7] A

CARBIDE MILLING INSERTS

#8474 Alloy Steels ©|lo|o |0 |0 © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6|0 |0|06 O : B3R Second Recommend
s #8# Cast Iron o|lo|o|o|o = S DR
g $2&5 Aluminum Alloys el T T R F : #8101 Finishing
P S : 4FINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : ST Medium

sAEE 8 Hardened Steels

: #H10T Roughing

METE Grade
B 715 2D [E
Order No. Drawing
RD #£71F %5 RD Insert Series :
FERR{ARZINT ~ BT [ ZJREmERA] o Copy Milling & Face Milling [ Single-Sided Inserts ] .
S| RDKW0501MOE ° ® ® @ | 5 |25R[1.59/220| —
Fls|m[R 89
S| RDKW0501MOT ° ® |  ® @ 5 [25R[159(220| — 93
Fls|m|R
S| RDKW0702MOE ° ® © @ | 7 |35R[2.38/280| —
Fls|m[R
S| RDKW0702MOS-F oo 7 |35R[2.38/2.80| — /
© o0
@ E
Fls|m[R
S| RDKW0702MOT ° ® ©® @ | 7 [35R[2.38/280| — s
N it
T OFE-L |3
- T| RDMT1003MOE ° ® ® @ | 10 |50R[3.18/3.90| — T =3
@ s
Fls|m|R
(‘i T/ RDMT1003MOT ® ®© @ o o 10 [50rR|3.18(3.90| —
s W] v AN
K| RDMX1003MOE ° ® | ® @ | 10 |50R[3.18/4.15| — 05 %’_
Q E-.
D
=
Fls|m|R E
K| RDMX1003MOT ° ® ® @ | 10 |50R[3.18/4.15| — =
Q g
=L
w
Fls|m|R
H| RDMT10T3MOE ° ® ® @ | 10 |50R[3.97 450| —
94
Fls|m|R




/

T 8 88 58

E5aa#t 7] A

CARBIDE MILLING INSERTS

FIFBHRER

Order No.

RD #%£7]F %51 RD Insert Series :
FERRMBRZINT - ESNT (IR EmEmER] -

47 Alloy Steels |06 |0 |0 © : E—H7 First Recommend
i 4§58 Stainless Steels ©| 6|0 | 0|06 O : SR Second Recommend
T $5# Cast Iron o|lo|o|o|e — ¢ AHER% NO Recommend
g $2&5 Aluminum Alloys - ===~ F : #8101 Finishing
P S : 4EINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : ST Medium
sAEE 8 Hardened Steels : $87NT Roughing

71 2D
Drawing

Copy Milling & Face Milling [ Single-Sided Inserts] .

S

%
Q
=]
=
[
(]
=
=
«
=
[72]
D
=
—
(2]

RDMT10T3MOT ° oo @ 10]|5rR[397]45] —
F
RDMW10T3MOE oo 10 | 5R |3.97] 45 | —
F
RDMW10T3MOT o o 10 | 5R |3.97| 45 | —
F \ s \ M \ R
. T| RDMT12T3MOE ° oo 12 | 6R [397] 41| —
Fls|m|R
n RDMT12T3MOT ° o o 12 | 6R |397] 41| —
R
i Q)
RDMX12T3MOE ° | o @ | 12 |6rR [307] 41| — -~
A .S,
F
RDMX12T3MOT ° ® o @ | 12 |6R 397 41| —
F
RDMT1204MOE ° ®| o @ | 12 |6R |476| 44| —
F \ s | M \ R
@, H|RDMT1204MOT ° | o | o | 12|6rR |476|44]| -
F
RDMW1204MOE ° | o | @ | 12 |6R |476] 44| —
F

92
94
96

L)

92




E5aa#t 7] A

CARBIDE MILLING INSERTS

#8474 Alloy Steels CRECHECRECHEC) © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6|0 |0|6 O : B3R Second Recommend
T $# Cast Iron o|lo|o|o|e — ¢ AHER% NO Recommend
g $2&5 Aluminum Alloys - ===~ F : #8101 Finishing
P S : 4FINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : ST Medium
:RE M Hardened Steels : $87NT Roughing

t1E1% Grade
R IB AR SR 2| 2|2 71k 2D

Order No. Drawing

RD #£7]K %51 RD Insert Series :
FERR{ARZINT ~ E&NT [ ZJREmERA] o Copy Milling & Face Milling [ Single-Sided Inserts ] .

@ W| RDMW1204MOS-F ® | ® | 12 | 6R |476| 44 | —
R
w

Fls|m]| 0
@ RDMW1204MOT ° ® o | @] 12 |6rR |476]44] —
Fls|m|R

° H| RDMT1604MOT [ ] ® ©® @ | 16 | 8R |476| 55 | —

% H| RDMW1604MOE ° @ ® @ 16 | 8R [4.76
h—d
Fls|m|R o
ﬁ H| RDMW1604MOS-F ) ® @ O 16 | 8R [476| 55| — e
Fls|m[R 7]
% H| RDMW1604MOT ® ® o o | o | 16 8R |476|55| — =%
N—
Fls|m|R
RP #£ 71K %%l RP Insert Series :
FERR{ARZINT ~ E&NT [ ZJREmERA] o Copy Milling & Face Milling [ Single-Sided Inserts ] .
M| RPMT08T2MOE ® O @ | 8 | 4R |278[32| —
& o
Q
F|s|M| R 1
M| RPMT08T2MOT ® ® O 38 | 4R (278|332 — gvbm R =
& O [
Q%quf )11~ (g
— =
Fls|m|R A S 2
- 2
w

M| RPMW1003MOE [ ] ® ©® o 10 | 5R |3.18| 4.6
96

Fls|m[R




E5aa#t 7] A

CARBIDE MILLING INSERTS

#8474 Alloy Steels CRECHECRECHEC) © : E—H7 First Recommend
i A 4§58 Stainless Steels ©| 6|0 |0|6 O : B3R Second Recommend
T $# Cast Iron o|lo|o|lo|e — ¢ AHER% NO Recommend
g $2&5 Aluminum Alloys - ===~ F : #8101 Finishing
P S : 4FINT Semi Finishing
=iR&5E HighTempAlloys | O | © | O | © | © M : ST Medium
:RE M Hardened Steels : $87NT Roughing

METE Grade
H= s | 2|2 715 2D Bl
Order No. Drawing
RP #£71H %5l RP Insert Series :
FERR{ARZINT ~ E&MI [ ZJREmERA] o Copy Milling & Face Milling [ Single-Sided Inserts ] .
Q M| RPMW1003MOS-F ° 10 | 5R |3.18| 4.6 | —
Fls|m[R 98
Q M| RPMW1003MOT ° ® | ® @ 10 | 5R [3.18| 46 | — 99
Fls|m|R
g M| RPMT10T3MOE ® ®© @ | 10 | 5R [397 43| —
rh‘
Fls|m|R o
\ P M| RPMT10T3MOT ® ® @ | 10 | 5R (397 43| —
rﬂ
Fls|m|R
5 @ M| RPMT1204MOE ° © o | @ 12 |6rR |476] 43| —
7] Fls|m[R
=% @ M| RPMT1204MOT ° ® ® @ | 12 | 6R |476| 43| —
R 98
99
M| RPMW1204MOE ® ©® @ | 12 | 6R |476| 43| — 100
o R
=1 M| RPMW1204MOT ® | ® @ 12 | 6R [476| 43| —
=2
D
=
= R
«
=3
w
[¢]
=4
w
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i o &%

=
=
«
—
o
2
>
2
o
D
=
(]

EmiEIER

PRODUCT SELECTION TABLE

&L ST
L kL TIE ST
H[. AR ] Double-Sided
igh Feed Face Inserts
Milling & Copy
Milling
HO @

JIREHEER
Single-Sided
Inserts

$50~80

$50~160

E#IT
Face Milling

JIREmEER
Single-Sided
Inserts

TR oI mEEA
Double-Sided
Inserts

|
XERY  050-160

L
m $50~100

$50~160

E $50~260

E#&InT
g% T

Face Milling
Side Milling

EXTN
TIK SIS E A @fj
Double-Sided
Inserts

$20~32

$50~160



EmiEIER

PRODUCT SELECTION TABLE

%ggg% 7R ERER
i L Single-Sided
ace Milling Inserts

Side Milling

$50~80

$20~40

$21~33

Az &
i . JIREEFEA
[EHER] Single-Sided

Copy Milling- Inserts

High Precision

6~16R

i 4 &%

=
=
(o]
—
o
2
>
2
o
@
=
(2




=
=
«
—
o
2
>
2
o
D
=
(]

EmiEIER

PRODUCT SELECTION TABLE

{AfzinT &
n JIREmEER
(¥ THER ] Single-Sided
Copy Milling- Inserts
Roughing
ARz JIREmEEA
EHML Single-Sided
Copy Milling Inserts

Face Milling

$50~160

FTCC

TEmMT Aoed
T-Slot Milling ing'e-Si

Inserts

$100~125
MBEHET IR SR
A Single-Sided

Dovetail Milling

Inserts

ity AL
Thread- Carbide
End Mills

4.0~12.5R




EmiEIER

PRODUCT SELECTION TABLE

ISHE T8
(0F:17 o] (o[}
Vibration Holder

$8~32 ¢11.7~31.5

HOIRF
Torque Wrench

tHIfR R e R AR A o BIRMERS

[ &5 ] HERER WA
Cutting Insert Chip Breaker Milling Insert Grade
Condition Table Comparison Table Comparison Table

P.111 P.136 P.137~138

bbb A
Carbide Milling
Inserts

i 4 &%

=
=
(o]
—
o
2
>
2
o
(4]
=
(2]




ELN =:E#REHTIIE

HIGH FEED MILLING CUTTERS- ELN

++++++++++++ I

- 5 o Scre
STHERER BETIH e
Order No. Insert [T (@
ELN03-02016-100L 16 30 100 16 2
ELN03-03020-150L 20 50 150 20 3
ELN03-04020-130L 20 50 130 20 4 LNMX0303.. TS2535 ETFO7
ELN03-04025-150L 25 60 150 25 4
ELN03-06032-150L 32 70 150 32 6
1;5
:F
R BiRTER
Programming- Corner R
= 715 Insert A#EE R & Input. R tIHEIFZEE Uncut RE
a | MR
o LNMX0303 1.5mm 0.5 mm ¢ Uncut
o
=S
=X
= P> #EZJTIR Insert > Page : P.15 P> 414K Cutting Condition Table — Page : P.111
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.
e A R N feta e =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — @]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




HLN #E4 =0 - EEfaE /)

MODULAR HEADS- HIGH FEED MILLING CUTTERS- HLN

=
1_3'3 ~
> g 1 Screw
HI- EER
Order No. = Insert g
HLNO03-02017
HLNO03-03021 21 32 10.5 | M10 3
LNMX0303.. TS2535 ETFO07
HLNO03-04026 26 38 12.5 | M12 4
HLNO03-04032 32 41 17.0 | M16 4
*E
:F
R BiRTER
Programming- Corner R
75 Insert A#EE R A Input. R I3 EEE Uncut RE E
| MR a
LNMX0303 1.5 mm 0.5mm ¢ Uncut o
o
3
P> 1BETIE Insert — Page : P.15 P> EIE#ESR Cutting Condition Table — Page : P.111 g
> 5= JI1] Carbide Anti-Vibration Holder — Page : P.107,108 P
X BUgEizis -C BH7KFLERET © Product number end in -C are coolant-through design.
T2l & HER 5 =55 e ® =SRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © © — © © — (@]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




FLN iSi&fa 2t /]88

HIGH FEED FACE MILLING CUTTERS- FLN

I
I
I

R EHRR BEIR
Order No. = Insert g
FLNO03-05050-2200 50 50 22.00 - 5
LNMX0303.. TS2535 ETFO07

FLNO03-08050-2200 50 50 22.00 - 8
1;5
:F

R AiRER
Programming- Corner R
E 75 Insert A#EE R A Input. R I3 EEE Uncut RE
E | MRE
o LNMX0303 1.5mm 0.5mm ¢ Uncut
o
=S
=X
= P> #EZJTIR Insert > Page : P.15 P> 414K Cutting Condition Table — Page : P.111
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fixZ= 5 axi HEH N feta e =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © © — © © — @]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




ELO miE#a 27

HIGH FEED MILLING CUTTERS- ELO

ELO @

- 5 o Scre
STHERER BETIH e
Order No. Insert g
ELO03-02016-150L 16 30 150 16 2
ELO03-02017-150L 17 25 150 16 2
ELO03-03020-150L 20 35 150 20 3
ELO03-03021-150L 21 30 150 20 3
ELO03-04025-150L 25 40 150 25 4
ELO03-04025-200L 25 40 200 25 4
LOGX0303.. MS3007K ETFO08
ELO03-04026-150L 26 35 150 25 4
ELO03-04026-200L 26 35 200 25 4
ELO03-05032-150L 32 50 150 32 5
ELO03-05032-200L 32 50 200 32 5
ELO03-05033-150L 33 40 150 32 5
ELO03-05033-200L 33 40 200 32 5 /
7]
*a
:F
R BiRTER
Programming- Corner R
715 Insert A#EE R & Input. R tIHEIFZEE Uncut RE =
| MIEEE @
LOGX0303 1.6 mm 0.39 mm R Uncut 6‘
o
3
P> #ELJTIR Insert > Page : P.15 P> 414K Cutting Condition Table — Page : P.111 g
X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
fixZ= 5 axi R N feta e ® =SRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
©) ) ) S — ©) ) — o)

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




HLO #H4 1\ - FiEfaE /)58

MODULAR HEADS- HIGH FEED MILLING CUTTERS- HLO

HLO @

- 5 o Scre
STRBIRSE R TIE e
Order No. Insert g
HLOO03-02016
HLO03-02017 17 25 8.5 M8 2
HLO03-03020 20 30 10.5 M10 3
HLO03-03021 21 30 10.5 M10 3
LOGX0303.. MS3007K ETFO08
HLOO03-04025 25 35 12.5 | M12 4
HLOO03-04026 26 35 12.5 | M12 4
HLOO03-05032 32 40 17.0 | M16 5
HLO03-05033 33 40 17.0 | M16 5
1;5
:F
R BiRTER
Programming- Corner R
E 75 Insert A#EE R A Input. R I3 EEE Uncut RE
3 i HHIZESE
S' LOGX0303 1.6 mm 0.39 mm R Uncut
)
3
g P> 1BETIE Insert — Page : P.15 P> EIE#ESR Cutting Condition Table — Page : P.111
» P> EHHE T8 Carbide Anti-Vibration Holder — Page : P.107,108
X BUgEizis -C BH7KFLERET © Product number end in -C are coolant-through design.
T2l & HER 5 =55 e ® =SRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
ﬁﬁﬁ =1 Steels Steels Steels Steels Iron Alloys Alloys
ork
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © © — © © — (@]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




FLO mi&E#aZit/]88

HIGH FEED FACE MILLING CUTTERS- FLO

+ S meE-e

R EHRR BEIR
Order No. Insert
FLO03-06040-1600 40 40 16.00 | M8.5 6
LOGX0303.. MS3007K ETFO08
FLO03-08050-2200 50 50 22.00 | M11.0 8
*E
:F
R AiRER
Programming- Corner R
75 Insert A#EE R A Input. R I3 EEE Uncut RE E
| MR a
LOGX0303 1.6 mm 0.39 mm ¢ Uncut 3‘
o
3
P> #ELJTIR Insert > Page : P.15 P> 414K Cutting Condition Table — Page : P.111 g
X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
fixZ= 5 axi HEH 5 55 REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERtE Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © © — © © — @]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




EBN Bz #/ItF

HIGH FEED MILLING CUTTERS- EBN

- 5 o Scre
STHERER BETIH e
Order No. Insert g
EBN06-02016-150L 16 30 150 16 2
EBN06-02016-200L 16 30 200 16 2
EBN06-02017-150L 17 30 150 16 2
EBN06-02017-200L 17 30 200 16 2
EBN06-03020-150L 20 30 150 20 3
EBN06-03020-200L 20 30 200 20 3
EBN06-03021-150L 21 30 150 20 3
EBN06-03021-200L 21 30 200 20 3
EBN06-04025-150L 25 35 150 25 4
BNMX0603.. MS2506E ETFO08
EBN06-04025-200L 25 35 200 25 4
EBN06-04026-150L 26 35 150 25 4
\ EBN06-04026-200L 26 35 200 25 4
EBN06-05032-150L 32 40 150 32 5
EBN06-05032-200L 32 40 200 32 5
EBN06-05033-150L 33 40 150 32 5
EBN06-05033-200L 33 40 200 32 5
ﬁ EBN06-05035-150L 35 40 150 32 5
7] EBN06-05035-200L 35 40 200 32 5
*;Ef: EBN09-03025-150L 25 40 150 25 3
BNMX0904.. TS4009 ETF15
EBN09-03032-150L 32 40 150 32 3
R BiRTER
Programming- Corner R RE
= JIK Insert PiE R A Input. R I EE Uncut IR EE
= }Uncut
« BNMX0603 2.0 mm 0.42 mm /i
_|
o)
o BNMX0904 2.5 mm 0.61 mm
=2
o
& P> #ELJTIR Insert > Page : P.15 P> 14II&#SR Cutting Condition Table — Page : P.112
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fixZ= 5 axi HE N 2] e =2RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 — HRC<30
©) ) ) ©) — ©) ©) — o)

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend




HBN #84Fz( - mi&#a /)58

MODULAR HEADS- HIGH FEED MILLING CUTTERS- HBN

o a o Scre
STRERSE an | R "
AW
Order No. Teeth Insert
HBNO06-02016 2
HBNO06-02017 17 25 8.5 M8 2
HBNO06-03020 20 30 10.5 M10 3
HBNO06-03021 21 30 10.5 M10 3
HBNO06-04025 25 35 12.5 | M12 4
HBNO06-04026 26 35 12.5 M12 4
BNMX0603.. MS2506E ETFO08
HBNO06-04032 32 40 17.0 M16 4
HBNO06-05032 32 40 17.0 | M16 5
HBNO06-04035 35 43 17.0 | M16 4
HBNO06-05035 35 43 17.0 | M16 5
HBNO06-06040 40 43 17.0 | M16 6
HBNO06-06042 42 43 17.0 | M16 6
HBN09-03025-C 25 35 12.5 M12 3
HBN09-04032-C 32 40 17.0 M16 4
BNMX0904.. TS3504 ETF15
HBN09-04035-C 35 43 17.0 M16 4
HBN09-05042-C 42 43 17.0 M16 5
R BiRTER
Programming- Corner R RE
71H Insert AIEE R A Input. R HIHIF%EE Uncut IHIREE
}Uncut
BNMX0603 2.0 mm 0.42 mm /i
BNMX0904 2.5mm 0.61 mm
P> 1BETIE Insert — Page : P.15 P 1IHIIE#SR Cutting Condition Table — Page : P.112
> 5= JI1] Carbide Anti-Vibration Holder — Page : P.107,108
X BUgEizis -C BH7KFLERET © Product number end in -C are coolant-through design.
TR = HER 5 i) e ® =2RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — (@]

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend

i 4 &%

siapjoyjooL Bullin




FBN Fi&faZ /]88

HIGH FEED FACE MILLING CUTTERS- FBN

b &

STRBRSR R Dimensions (mm) | AR | pegers
= I
Order No. Teeth Insert (@
FBNO06-07050-2200-C 50 50 22.00 - 7
BNMX0603.. MS2506E ETFO08
FBNO06-07052-2200-C 52 50 22.00 - 7
FBN09-06050-2200-C 50 50 |22.00| - 6
TS3504
FBN09-06052-2200-C 52 50 |22.00| - 6
FBN09-07063-2200-C 63 50 |22.00| - 7 TS4009
FBN09-07063-2700-C 63 50 |27.00 - 7 BNMX0904.. ETF15
FBN09-07066-2700-C 66 50 |27.00 - 7
TS3504
FBN09-08080-2700-C 80 50 |27.00 - 8
FBN09-08100-3200-C 100 50 |32.00| - 8
7]
1;5
:F
R BiRTER
Programming- Corner R RE
= JIK Insert PiE R A Input. R I EE Uncut IR EE
= }Uncut
« BNMX0603 2.0 mm 0.42 mm /E
_|
o)
o BNMX0904 2.5 mm 0.61 mm
=2
o
& P> #ELJTIR Insert > Page : P.15 P> 14II&#SR Cutting Condition Table — Page : P.112
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fixZ= 5 axi HE 5 et REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 — HRC<30
© © © © — © © — @]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




EWN s 2 et /117

HIGH FEED MILLING CUTTERS- EWN

> P 1 Screw
AT EEURSR BielR
Order No. Insert [T (@
EWNO09-02025-150L 25 40 150 25 2
WNMX09T3.. TS3006 ETF10
EWNO09-03032-150L 32 40 150 32 3
*E
:F
R BiRTER
Programming- Corner R
TIE Insert A32E R & Input. R M1 R Uncut |RA =
MBS =1
WNMX09T3 2.5mm 0.6mm %Un ot =
o
WNMX1305 3.0mm 1.0 mm o
S
o
P> #EZJTIR Insert > Page : P.15,16 P> 4% #3R Cutting Condition Table — Page : P.113 =
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
e = HER 5 i) e ® =2RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — (@]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FWN Bi&#aZ et /188

HIGH FEED FACE MILLING CUTTERS- FWN

sTHEIESE R~ Dimensions (mm) R TR
Order No. Insert g
FWN09-05050-2200 50 50 22.00 - 5
FWN09-05063-2200 63 50 22.00 - 5
WNMXO09T3.. TS3006 ETF10
FWN09-05050-2200-C 50 50 22.00 - 5
FWNO09-05063-2200-C 63 50 | 22.00 - 5
FWN13-05063-2200 63 50 | 22.00 - 5
WNMX1305.. TS4006 ETF15
FWN13-07080-2700 80 50 | 27.00 - 7
12
:F
R AiRER
Programming- Corner R
= TIE Insert A32E R & Input. R M1 R Uncut |RA
= P e
a WNMX09T3 2.5mm 0.6 mm v Bjmyf'ﬂi
- oy ncu
o
o WNMX1305 3.0mm 1.0 mm
=3
o
& P> #EZJTIR Insert > Page : P.15,16 P> 4% #3R Cutting Condition Table — Page : P.113
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
= =Fa SAEH N 2] e =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — @]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FJD St/

HIGH FEED FACE MILLING CUTTERS- FJD

Screw | Wrench | Screw Clamp | Wrench

HE - EER
Order No. - Insert m() =, | mmj % = P
FJD12-03050-2200 50 50 22.00 | M11 3
FJD12-04050-2200 50 50 22.00 | M11 4
FJD12-04063-2200 63 50 22.00 | M11 4
FJD12-04063-2540 63 50 25.40 | M13 4 JDMW1204.. |MS4011G - - M:C;\Z;S- ETF15
FJD12-04066-2540 66 50 25.40 | M13 4
FJD12-04080-2540 80 50 25.40 | M13 4
FJD12-06080-2540 80 50 25.40 | M13 6
FJD14-04063-2200 63 50 22.00 | M11 4
FJD14-04063-2540 63 50 25.40 | M13 4
FJD14-04066-2540 66 | 50 | 2540 | M13 | 4 | JOMT140S. fyanniinl  — — | mcsov | ETF20
. JDMW1405..
FJD14-04080-3175 80 63 31.75 | M17 4
FJD14-05100-3175 100 63 31.75 | M17 5 /
7]
12
q:
R BiRTER
Programming- Corner R
RA =
715 Insert A#ZE R & Input. R tIHEIFZEE Uncut =
3/ IHIZRERE =
JDMW1204 3.0mm 0.63 mm Uncut «Q
A 5
JDMT1405 / JDMW1405 3.0mm 0.64 mm o
=
o
P> #ELJIR Insert > Page : P.16 P> 14I1&#SR Cutting Condition Table — Page : P.114 =
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
fire =28 =i e e =5 F=Fr =Ra
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
F§VF\'I§$7{( =] Steels Steels Steels Steels Iron Alloys Alloys
ori
Material HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — (@]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FSD Bmi&#aZ /88

HIGH FEED FACE MILLING CUTTERS- FSD

i o &%

=
=
«
—
o
2
>
2
Qo
@
=
(2]

ST R Dimensions (mm)| R | pegey Sorew | Screw
Order No. Tooth | Insert m{ m
FSD12-03050-2200 50 50 22.00 3
FSD12-03050-2222 50 50 22.22 3
FSD12-04050-2200 50 50 22.00 4
FSD12-04050-2222 50 50 22.22 4
FSD12-03063-2200 63 50 | 22.00 3
FoD12:03063-2222 63 | 50 |2222] 3 | SDMT1205. | \poq | \so0sEs | MS40T1A ETF15
FSD12-04063-2200 63 | 50 |2200| 4 | SDNW1205..
FSD12-04063-2222 63 50 | 22.22 4
FSD12-04080-3175 80 55 | 31.75 4
FSD12-04080-3200 80 55 | 32.00 4
FSD12-05080-3175 80 55 | 31.75 5
FSD12-05080-3200 80 55 | 32.00 5
R A#RiER
Programming- Corner R E
715 Insert A#EE R & Input. R I3 EEE Uncut HIEEE
} Uncut
SDMT1205 4.5 mm 0.83 mm /g
SDNW1205
P> #EZTIR Insert > Page : P.16,17 P> 4% #3R Cutting Condition Table — Page : P.115
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
= =Fa SAEH A5 fiti ] = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © © — © © — @]

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend




FHN E#t7]8

FACE MILLING CUTTERS- FHN

9 & o

R EHRR BEIR
Order No. Insert
FHNO07-05050-2200-C 50 58.7 40 22.00 5
FHNO07-06063-2200-C 63 7.7 40 22.00 6
HNMXO0704.. TS4005 ETF15

FHNO07-08080-2700-C 80 88.7 50 27.00 8
FHNO07-09100-3200-C 100 | 108.7 | 50 | 32.00 9

7]

1;5

:F

=

g

@

_‘

o

=)

3

P> #ETIR Insert > Page : P.17 P> 14I1&#SR Cutting Condition Table — Page : P.115 g

w

7]

X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




FSN E#t7]8

FACE MILLING CUTTERS- FSN

9 [ os

o a o Scre
STRERSE an | R "
AW
Order No. Teeth Insert
FSN12-04050-2200-C 50 40 22.00 | M11 4
FSN12-05050-2200-C 50 40 22.00 | M11 5
FSN12-05063-2200-C 63 40 22.00 | M11 5
FSN12-06063-2200-C 63 40 22.00 | M11 6
FSN12-06080-2700-C 80 50 27.00 | M13 6
FSN12-07080-2700-C 80 50 27.00 | M13 7
SNMX1205.. MS4014M ETF15
FSN12-08080-2700-C 80 50 27.00 | M13 8
FSN12-07100-3200-C 100 50 32.00 | M45 7
FSN12-08100-3200-C 100 50 32.00 | M45 8
FSN12-09100-3200-C 100 50 32.00 | M45 9
FSN12-10125-4000-C 125 63 40.00 | M53 10
\ FSN12-12160-4000-C 160 63 40.00 | M55 12
7]
12
:':
=
5
@
_|
o
S
3
g P> EZJTIR Insert > Page : P.17,18 P> 4% #3R Cutting Condition Table — Page : P.116
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FON E#t/I8

FACE MILLING CUTTERS- FON

> g o Scre
STRE4RAR BERTIH b
Order No. = Insert g
FONO05-04050-2200 50 52.9 40 22.00 - 4
FONO05-05063-2200 63 65.9 40 22.00 - 5
ONMX0505.. TS4015 ETF15
FONO05-06080-2700 80 | 829 | 50 |[27.00| - 6 | SNMX1205..
FONO05-08100-3200 100 | 102.9 50 32.00 - 8
*E
:F
=
g
«Q
_‘
o
o
3
P> EZTIR Insert > Page : P.17,18 P> i4I1%#3R Cutting Condition Table — Page : P.116 g
X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
T2l & HER 5 =55 e ® =SRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERtE Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © @] — © © — (@]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




FOF mE#t/]88

FACE MILLING CUTTERS- FOF

$50
$63

¢80 d1
¢ 100

®125 |
|
|
|
|
|
M
d

- 5 = S
STHERSE R TIE cren
Order No. Insert g
FOF05-05050-2200 50 40 22.00 | M11 5
FOF05-06063-2200 63 40 22.00 | M11 6
FOF05-06063-2540 63 50 25.40 | M13 6
FOF05-07080-2540 80 50 25.40 | M13 7
FOF05-07080-2700 80 50 27.00 | M38 7
OFMTO5T3.. MS4011A ETF15
FOF05-08100-3175 100 50 31.75 | M46 8
FOF05-08100-3200 100 50 32.00 | M46 8
FOF05-09125-3810 125 63 38.10 | M60 9
FOF05-09125-4000 125 63 40.00 | M60 9
FOF05-11160-5080 160 63 50.80 | M80 11
7]
12
:':
=
5
@
_|
o
o
3
g P> #ELTIR Insert > Page : P.18 P> 14I1&#SR Cutting Condition Table — Page : P.117
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — o © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FSE E#t/J88

FACE MILLING CUTTERS- FSE

9 & 10

IR BEIR
Order No. Insert
FSE12-04050-2200 50 40 22.00 - 4
FSE12-05063-2540 63 50 25.40 - 5
FSE12-06080-2540 80 50 25.40 - 6
SE..1204.. CS45 ETF15

FSE12-06100-3175 100 50 | 31.75 - 6
FSE12-08125-3810 125 63 | 38.10 - 8
FSE12-10160-5080 160 63 | 50.80 - 10

7]

1;5

:F

=

g

!

_‘

o

=

3

P> #EZJTIR Insert > Page : P.18,19 P> 4% #3R Cutting Condition Table — Page : P.117 g

w

7]

X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — @] © © O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FSE E#t/J88

FACE MILLING CUTTERS- FSE

$50
$63
¢80
$ 100
$ 125
$ 160

9 (= 1

Shim Screw | Wrench | Screw | Wrench
RIFB4RSE BielR
Order No. Insert Mm@ =) | [l (@ I;
FSE13-03050-2200 50 40 22.00 | M11 3
FSE13-04063-2200 63 40 22.00 | M11 4
FSE13-03050-2540 50 50 25.40 | M13 3
FSE13-04063-2540 63 50 25.40 | M13 4
FSE13-04080-2540 80 50 | 25.40 | M38 4
FSE13-04080-2700 80 50 | 27.00 | M38 4
FSE13-05100-3175 100 50 | 31.75 | M45 5 MDS05
SE..13T3.. |SSS445N PL35 |MS3512B| ETF15
FSE13-05100-3200 100 | 50 [32.00| M45 | 5 OS3T5
FSE13-06125-3810 125 63 | 38.10 | M60 6
FSE13-06125-4000 125 63 | 40.00 | M60 6
FSE13-07160-4000 160 63 | 40.00 | M80 7
\ FSE13-07160-5080 160 63 | 50.80 | M80 7
FSE13-08210-4762 210 63 47.62 | M140 8
FSE13-10260-4762 260 63 47.62 | M180 10
7]
1;5
:F
=
§
«Q
_|
o
=3
3
g P> #ELTIR Insert > Page : P.19 P> 141 #SR Cutting Condition Table — Page : P.118
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fire =28 =i e e et F=Fr =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 — HRC<30
© © © O — O © © O

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend




FSP Ei#t/]#

FACE MILLING CUTTERS- FSP

& &= 12

Shim Screw | Wrench | Screw | Wrench

RIFBARER 1AL

Order No. B Cinsert m{) | = F| m = F

FSP12-05080-2540 80 55 2540 | 8.5 5

FSP12-06100-3175 100 55 31.75| 85 6

FSP12-08125-3810 125 60 38.10 | 8.5 8

Y-5252 | Y-5251 | Y-5254

FSP12-10160-5080 160 60 50.80 | 8.5 10 SPMN1203.. | Y-5253 M4.0-0.7 | 516-24 | 5/16-24 ETF15

FSP12-12200-4762 200 65 4762 | 85 12

FSP12-16250-4762 250 65 4762 | 8.5 16

FSP12-20300-4762 300 65 4762 | 8.5 20
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P> #ETIR Insert — Page : P.20 P> 141 #SR Cutting Condition Table — Page : P.118 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
fixZ= 5 A R N 2] e =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © @] — — @] © — —

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




EXN EAZ#/ITF

SHOULDER MILLING CUTTERS- EXN

L |
& L1
®: S
E o
d - D
2
: & & & = s
-
- a o Scre
STRBRSE R TIE e
Order No. Insert [T (@
EXN04-03020-110L-C 20 28 110 20 3
EXN04-03020-150L-C 20 28 150 20 3
EXNO04-04025-120L-C 25 28 120 25 4
XNMX0403.. MS2506E ETFO08
EXN04-04025-170L-C 25 28 170 25 4
EXN04-05032-130L-C 32 30 130 32 5
EXN04-05032-200L-C 32 30 195 32 5
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= P> #ELTIR Insert — Page : P.20 P> 14I1&#SR Cutting Condition Table — Page : P.119
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HXN #E4F 0 - EAZHT]E

MODULAR HEADS- SHOULDER MILLING CUTTERS- HXN

L

— d| - M
O

;ov...no'. I

R

o a o Scre
STRBRSE R TIE e
Order No. Insert g
HXNO04-02017-C . TS2512
HXNO04-03020-C 20 28 10.5 M10 3 MS2506E
HXNO04-03021-C 21 32 10.5 M10 3 TS2512
XNMX0403.. ETFO08
HXNO04-04025-C 25 30 12.5 M12 4 MS2506E
HXNO04-04026-C 26 38 12.5 M12 4 TS2512
HXNO04-05032-C 32 40 17.0 M16 5 MS2506E
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P> #ELTIR Insert — Page : P.20 P> 144K Cutting Condition Table — Page : P.119 g
P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
Tk =8 A RE A o) = Sas
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — (@]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FXN EE& #7788

SHOULDER FACE MILLING CUTTERS- FXN

di
@ =
1 |
L_‘_J
1
\
( L_-i:_‘_:r_J |_
\ e
|
(e} \ O
. d |
\ \
5 & & = s
STRBRSR R Dimensions (mm) | AR | pegey Screw
= I
Order No. Teeth Insert (@
FXN04-06050-2200 50 50 22.00 - 6
FXNO04-07063-2200 63 50 22.00 - 7 XNMX0403.. TS2512 ETF08
FXNO04-07063-2540 63 50 25.40 - 7
FXNO04-07040-1600-C 40 40 16.00 - 7
XNMX0403.. MS2506E ETFO08
FXNO04-09050-2200-C 50 40 22.00 - 9
FXNO08-04050-2200-C 50 40 22.00 - 4
FXNO08-05050-2200-C 50 40 22.00 - 5
FXNO08-06063-2200-C 63 40 22.00 - 6
FXNO08-07063-2200-C 63 40 22.00 - 7
FXN08-07080-2700-C 80 50 27.00 - 7
XNMX0806.. MS4011A ETF15
FXNO08-09080-2700-C 80 50 27.00 - 9
\ FXNO08-08100-3200-C 100 50 32.00 - 8
FXNO08-11100-3200-C 100 50 32.00 - 11
FXNO08-11125-4000-C 125 63 40.00 - 1
FXNO08-12160-4000-C 160 63 40.00 - 12
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g P> #ELTIR Insert — Page : P.20 P> 144K Cutting Condition Table — Page : P.119
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




EAP EEZ#JIE

SHOULDER MILLING CUTTERS- EAP

Screw

R IE AR SR BETIA
Order No. m
EAP10-02016-100L 16 28 100 16 2
EAP10-02016-150L 16 28 150 16 2
EAP10-02016-200L 16 28 200 16 2
EAP10-02017-150L 17 26 150 16 2
EAP10-02017-200L 17 26 200 16 2
EAP10-02018-100L 18 30 100 20 2
EAP10-02018-150L 18 30 150 20 2
EAP10-02018-200L 18 30 200 20 2
EAP10-02019-120L 19 30 120 20 2
EAP10-02020-100L 20 30 100 20 2
EAP10-02020-150L 20 30 150 20 2
EAP10-02020-200L 20 30 200 20 2
EAP10-03020-100L 20 30 100 20 3
EAP10-03020-150L 20 30 150 20 3
EAP10-03020-200L 20 30 200 20 3 APKT1003.. MS2506B ETF09
EAP10-02021-120L 21 30 120 20 2
EAP10-02021-150L 21 30 150 20 2
EAP10-02021-200L 21 30 200 20 2
EAP10-03021-150L 21 30 150 20 3
EAP10-03021-200L 21 30 200 20 3
EAP10-03025-125L 25 30 125 25 3
EAP10-03025-150L 25 30 150 25 3
EAP10-03025-200L 25 30 200 25 3
EAP10-03026-150L 26 30 150 25 3
EAP10-03026-200L 26 30 200 25 3
EAP10-04026-150L 26 30 150 25 4
EAP10-04026-200L 26 30 200 25 4
EAP10-04032-150L 32 40 150 32 4
EAP10-04032-200L 32 40 200 32 4
P> EEJIH Insert — Page : P.20 P> I3 Cutting Condition Table — Page : P.120
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
(€] (€] €] @) — © © © O

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend
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EAPT EEZIIF

SHOULDER MILLING CUTTERS- EAPT

RIFB4RSE
Order No.

BielR
Insert
EAPT16-02024-125L 24 40 125 25 2
EAPT16-02025-125L 25 40 125 25
EAPT16-02025-150L 25 40 150 25

Screw
g

2
2
EAPT16-02025-200L 25 40 200 25 2 MS4009A ETF15
EAPT16-02026-150L 26 30 150 25 2
EAPT16-02026-200L 26 30 200 25 2
EAPT16-02026-250L 26 30 250 25 2
EAPT16-03032-150L 32 45 150 32 3
EAPT16-03032-200L 32 | 45 | 200 | 32 3 | APKT1604.
EAPT16-03032-250L 32 | 45 | 250 | 32 3 | APET1604..
EAPT16-03033-150L 33 35 150 32 3
\ EAPT16-03033-200L 33 35 200 32 3
EAPT16-03033-250L 33 35 250 32 3 MS4011A ETF15
EAPT16-03033-300L 33 35 300 32 3
EAPT16-02035-150L 35 35 150 32 2
EAPT16-02035-200L 35 35 200 32 2
ﬁ EAPT16-03035-150L 35 35 150 32 3
7] EAPT16-03035-200L 35 35 200 32 3
*;Ef: EAPT17-02025-150L 25 35 150 25 2
EAPT17-02025-200L 25 35 200 25 2
EAPT17-02026-150L 26 35 150 25 2
EAPT17-02026-200L 26 35 200 25 2 APKT1705.. MS4009A ETF15
EAPT17-03032-150L 32 40 150 32 3
EAPT17-03032-200L 32 40 200 32 3
EAPT17-03032-250L 32 40 250 32 3
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& P> 5B IR Insert — Page : P.21 P> EIE#ESR Cutting Condition Table — Page : P.120
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
= =Fa SAEH A5 = = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
) ) ) o) — ©) ) ) o)

© : E—E First Recommend O : SE_#E Second Recommend

— ! F#EE NO Recommend




EAPM EF & TIIF

SHOULDER MILLING CUTTERS- EAPM

[}
\
\
\
‘
[
\

R

-~ 3 o Scre
STHRRSH BRI o
Order No. Insert g
EAPM10-02015-100L 15 25 100 16 2
EAPM10-02016-150L 16 25 150 16 2
EAPM10-02016-200L 16 25 200 16 2
EAPM10-03020-150L 20 30 150 20 3
EAPM10-03020-200L 20 30 200 20 3 APMT1035.. MS2506A ETF09
EAPM10-02022-150L 22 25 150 20 2
EAPM10-03022-150L 22 25 150 20 3
EAPM10-03025-150L 25 35 150 25 3
EAPM10-03025-200L 25 35 200 25 3
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P> 5B IR Insert — Page : P.21 P> ISR Cutting Condition Table — Page : P.121 g
@
7

X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend
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EAP ERZ#JIIE

SHOULDER MILLING CUTTERS- EAP

o
I
|
I

& & @ = s

STpsEE R~f Dimensions (mm) gi BETE Screw
Order No. Tei Insert I (@

EAP11-020142-100L 14.2 20 100 16 2

EAP11-020155-100L 15.5 25 100 16 2

EAP11-02016-100L 16 28 100 16 2

EAP11-02016-150L 16 28 150 16 2

EAP11-02016-200L 16 28 200 16 2

EAP11-02017-150L 17 20 150 16 2

EAP11-02017-200L 17 20 200 16 2

EAP11-02018-100L 18 28 100 20 2

EAP11-02018-150L 18 28 150 20 2

EAP11-02020-100L 20 28 100 20 2

EAP11-02020-150L 20 28 150 20 2

EAP11-02020-200L 20 28 200 20 2

EAP11-03020-110L 20 28 110 20 3

EAP11-03020-125L 20 28 125 20 3

EAP11-03020-150L 20 25 150 20 3

EAP11-03020-200L 20 25 200 20 3 APMT1135.. MS2506E ETFO08
EAP11-02021-150L 21 25 150 20 2

EAP11-02021-200L 21 25 200 20 2

EAP11-03021-150L 21 25 150 20 3

EAP11-03021-200L 21 25 200 20 3

EAP11-030213-150L 21.3 25 150 20 3

EAP11-02022-150L 22 25 150 20 2

EAP11-02022-200L 22 25 200 20 2

EAP11-03022-150L 22 25 150 20 3

EAP11-03024-120L 24 35 120 25 3

EAP11-03024-150L 24 35 150 25 3

EAP11-03025-100L 25 35 100 25 3

EAP11-03025-120L 25 35 120 25 3

EAP11-03025-150L 25 35 150 25 3

EAP11-03025-200L 25 35 200 25 3

EAP11-04025-100L 25 35 100 25 4

P> #ETIR Insert — Page : P.21 P> 141 #SR Cutting Condition Table — Page : P.121
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
= =Fa SAEH A5 fiti ] = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
o) ) ) o) — ©) ) — o)

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend




EAP ERZ#JIIE

SHOULDER MILLING CUTTERS- EAP

o
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R

o a o Scre
STRBRSE R TIE e
Order No. Insert g
EAP11-04025-120L 25 35 120 25 4
EAP11-04025-150L 25 35 150 25 4
EAP11-04025-200L 25 35 200 25 4
EAP11-03026-150L 26 35 150 25 3
EAP11-03026-200L 26 35 200 25 3
EAP11-04026-150L 26 35 150 25 4
EAP11-04026-200L 26 35 200 25 4 APMT1135.. MS2506E ETF08
EAP11-03032-150L 32 35 150 32 3
EAP11-03032-200L 32 35 200 32 3
EAP11-04032-130L 32 35 130 32 4
EAP11-04032-150L 32 35 150 32 4
EAP11-04032-200L 32 35 200 32 4 /
EAP11-05032-130L 32 35 130 32 5
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P> 5B IR Insert — Page : P.21 P> ISR Cutting Condition Table — Page : P.121 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




EAP ERZ#JIIE

SHOULDER MILLING CUTTERS- EAP

[}
\
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‘
[
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R

ST EERTIF Screw
Order No. Insert [T (@
EAP16-02025-120L 25 40 120 25 2
EAP16-02025-150L 25 40 150 25 2
EAP16-02025-200L 25 40 200 25 2
EAP16-02026-150L 26 40 150 25 2
EAP16-02026-200L 26 40 200 25 2
EAP16-02029-150L 29 40 150 32 2
EAP16-02032-150L 32 45 150 32 2 MS4009A
EAP16-02032-200L 32 45 200 32 2
EAP16-02032-250L 32 45 250 32 2
EAP16-03032-130L 32 45 130 32 3
EAP16-03032-150L 32 | 45 | 150 | 32 3 | APMT1604.. S
~_ EAP16-03032-200L 32 | 45 | 200 | 32 | 3 | APGT1604.
EAP16-03032-250L 32 45 250 32 3
EAP16-02033-150L 33 35 150 32 2
EAP16-02033-200L 33 35 200 32 2
EAP16-02033-250L 33 35 250 32 2
%‘E EAP16-03033-150L 33 35 150 32 3
7] EAP16-03033-200L 33 35 200 32 3 MS4011A
*;E|': EAP16-03033-250L 33 35 250 32 3
EAP16-03035-150L 35 35 150 32 3
EAP16-03035-200L 35 35 200 32 3
EAP16-03035-250L 35 35 250 32 3
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§ P> EZTIR Insert — Page : P.21,22 P> 1NYIE#ESR Cutting Condition Table — Page : P.121
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
= =Fa SAEH A5 fiti ] = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 — HRC<30
© © © @] — © © © O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HAP 84z - EAZ #7158

MODULAR HEADS- SHOULDER MILLING CUTTERS- HAP

f

R

STpsEE R~f Dimensions (mm) gi BETE Screw
Order No. Tei Insert I (@
HAP11-01011 1 21 5.5 M5 1
HAP11-01013 13 23 6.5 M6 1
HAP11-02016 16 25 8.5 M8 2
HAP11-02017 17 25 8.5 M8 2
HAP11-02020 20 30 10.5 | M10 2
HAP11-03020 20 30 10.5 | M10 3
HAP11-02021 21 30 10.5 | M10 2
HAP11-03021 21 30 10.5 | M10 3
HAP11-02022 22 30 10.5 | M10 2
HAP11-03022 22 30 10.5 | M10 3
HAP11-03025 25 35 125 | M12 3 APMT1135.. MS2506E ETF08
HAP11-04025 25 35 125 | M12 4 /
HAP11-03026 26 35 125 | M12 3
HAP11-04026 26 35 125 | M12 4
HAP11-04032 32 43 17.0 | M16 4
HAP11-05032 32 43 17.0 | M16 5
HAP11-04033 33 43 17.0 | M16 4 ﬁ
HAP11-05033 33 43 17.0 | M16 5 7]
HAP11-04035 35 43 17.0 | M16 4 *5':
HAP11-05035 35 43 17.0 | M16 5
HAP11-05036 36 43 17.0 | M16 5
=
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P> EZTIR Insert — Page : P.21 P> 144K Cutting Condition Table — Page : P.121 §
P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HAP 84z - EAZ #7158

MODULAR HEADS- SHOULDER MILLING CUTTERS- HAP

HFRP

f

R

- 5 o Scre
STHERER R TIE e
Order No. Insert [T (@
HAP16-02025 25 38 12.5 | M12 2
HAP16-02026 26 38 12.5 | M12 2
MS4009A ETF15
HAP16-02032 32 43 17.0 | M16 2
APMT1604..
HAP16-03032 32 43 17.0 | M16 3 APGT1604..
HAP16-02033 33 43 17.0 | M16 2
HAP16-03033 33 43 17.0 | M16 3 MS4011A ETF15
HAP16-03035 35 43 17.0 | M16 3
1;5
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g P> EZTIR Insert — Page : P.21,22 P> 14IE#SR Cutting Condition Table — Page : P.121
g P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
TR = HER 5 =55 e ® =2RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © © (@]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FAP EEZ#tT]E

SHOULDER FACE MILLING CUTTERS- FAP

ey
I
L ]
| 0
| d
=R

STRBRSR R Dimensions (mm) | AR | pegers Screw
B [T
Order No. Teeth Insert (@
FAP11-05040-1600 40 40 16.00 | M9 5
FAP11-05050-2200 50 40 | 22.00 | M11 5
FAP11-07050-2200 50 40 | 22.00 | M11 7
APMT1135.. MS2506E ETF08
FAP11-08063-2200 63 40 | 22.00 | M11 8
FAP11-09080-2700 80 50 | 27.00 | M13 9
FAP11-08063-2540 63 50 | 2540 | M13 8
FAP11-09080-2540 80 50 | 2540 | M13 9
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P> 5B IR Insert — Page : P.21 P> ISR Cutting Condition Table — Page : P.121 g
@
7

X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FAP EEZ#tT]E

SHOULDER FACE MILLING CUTTERS- FAP

©40 ®100 d1
®50 ®125 F—" |
©63

©66

®80

[ |
= A=

SO an | R Screw
Order No. Teoth Insert I (@
FAP16-04040-1600 40 40 |16.00 | M9 4
FAP16-04050-2200 50 50 |22.00 | M11 4
FAP16-05050-2200 50 50 |22.00 | M11 5
FAP16-05063-2200 63 50 |22.00 | M11 5
FAP16-06063-2200 63 50 |22.00 | M11 6
FAP16-06080-2700 80 50 |27.00 | M13 6
FAP16-08080-2700 80 50 |27.00 | M13 8
FAP16-08100-3200 100 50 | 32.00 | M45 8
FAP16-09125-4000 125 63 | 40.00 | M60 9
ﬁlg“él]r-:ggi MS4011A ETF15
FAP16-04050-2540 50 50 |25.40 | M13 4
\ FAP16-05060-2540 60 50 |25.40 | M13 5
FAP16-05063-2540 63 50 |25.40 | M13 5
FAP16-04066-2540 66 50 |25.40 | M13 4
FAP16-05066-2540 66 50 |25.40 | M13 5
FAP16-06080-2540 80 50 |25.40 | M13 6
ﬁﬁf FAP16-08100-3175 100 50 | 31.75 | M45 8
7] FAP16-08110-3175 110 50 | 31.75 | M45 8
1&5": FAP16-09125-3810 125 50 | 38.10 | M60 9
=
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o
§ P> EZTIR Insert — Page : P.21,22 P> 1NYIE#ESR Cutting Condition Table — Page : P.121
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
(€] (€] €] @) — © © © O
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EAX EAZ#H#TIIF

SHOULDER MILLING CUTTERS- EAX

SR

STpsEE R~f Dimensions (mm) gi BETE Screw
Order No. Tei Insert I (@

EAX12-01010-100L 10 15 100 16 1

EAX12-01011-100L 1 15 100 16 1 MS3005A ETF09

EAX12-01012-100L 12 15 100 16 1

EAX12-02016-100L 16 25 100 16 2

EAX12-02016-150L 16 25 150 16 2

EAX12-02016-200L 16 25 200 16 2

EAX12-02017-100L 17 25 100 16 2

EAX12-02017-150L 17 25 150 16 2

EAX12-02017-200L 17 25 200 16 2

EAX12-02020-150L 20 30 150 20 2

EAX12-02020-200L 20 30 200 20 2

EAX12-03020-150L 20 30 150 20 3 /

EAX12-03020-200L 20 30 200 20 3

EAX12-03021-150L 21 30 150 20 3

EAX12-03021-200L 21 30 200 20 3

EAX12-03022-110L 22 30 110 20 3 AXMT1235..

EAX12-03022-150L 22 30 150 20 3 ﬁ

EAX12-03022-200L 22 30 200 20 3 MS3006A ETFO09 7]

EAX12-03025-150L 25 35 150 25 3 *;?:

EAX12-03025-200L 25 35 200 25 3

EAX12-04025-150L 25 35 150 25 4

EAX12-04025-200L 25 35 200 25 4

EAX12-03026-150L 26 35 150 25 3

EAX12-03026-200L 26 35 200 25 3

EAX12-03026-250L 26 35 250 25 3

EAX12-04026-150L 26 35 150 25 4

EAX12-04026-200L 26 35 200 25 4

EAX12-05032-150L 32 40 150 32 5 E

EAX12-05032-200L | 32 | 40 | 200 | 32 | 5 3

EAX12-05033-150L 33 40 150 32 5 6‘

EAX12-05033-200L 33 40 200 32 5 %
P> #ETIR Insert — Page : P.22 P> 14II&#SR Cutting Condition Table — Page : P.122 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fixZ= 5 axi HE 5 55 REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © o — © © - o

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




EAX EAZ#H#TIIF

SHOULDER MILLING CUTTERS- EAX

SR

STpsEE R~f Dimensions (mm) gi BETE Screw
Order No. Tei Insert I (@
EAX17-02025-120L 25 35 120 25 2
EAX17-02028-120L 28 35 120 25 2
EAX17-03030-130L 30 40 130 25 3
EAX17-03032-130L 32 40 130 32 3
EAX17-03035-130L 35 40 130 32 3
EAX17-04040-170L 40 50 170 32 4
EAX17-05050-170L 50 50 170 32 5
EAX17-06063-170L 63 50 170 32 6
EAX17-05050-135L 50 25 135 32 5
EAX17-06063-135L 63 25 135 32 6
EAX17-02025-170L 25 50 170 25 2
\ EAX17-02026-150L 26 35 150 25 2
EAX17-02026-200L 26 35 200 25 2
EAX17-02026-250L 26 35 250 25 2
AXMT1705.. CS40 ETF15
EAX17-02026-300L 26 35 300 25 2
EAX17-02028-170L 28 50 170 25 2
ﬁ EAX17-02030-180L 30 60 180 25 2
7] EAX17-02032-180L 32 60 180 32 2
*;EH: EAX17-02033-150L 33 40 150 32 2
EAX17-02033-200L 33 40 200 32 2
EAX17-02033-250L 33 40 250 32 2
EAX17-02033-300L 33 40 300 32 2
EAX17-02033-350L 33 40 350 32 2
EAX17-03033-150L 33 40 150 32 3
EAX17-03033-200L 33 40 200 32 3
EAX17-03033-250L 33 40 250 32 3
EAX17-03033-300L 33 40 300 32 3
E EAX17-03033-350L 33 40 350 32 3
@
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3
§ P> #ELTIR Insert — Page : P.22 P> EIE#ESR Cutting Condition Table — Page : P.122
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HAX #E5 0 - EAZEHTIH

MODULAR HEADS- SHOULDER MILLING CUTTERS- HAX

f

SR

- a o Scre
STRBRSE R TIE e
Order No. Insert [T (@
HAX17-02026 26 35 12.5 M12 2
HAX17-02033 33 40 17.0 M16 2
HAX17-03033 33 40 17.0 M16 3 AXMT1705.. CS40 ETF15
HAX17-02035 35 40 17.0 M16 2
HAX17-03035 35 40 17.0 | M16 3
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P> EELTIR Insert — Page : P.22 P> 144K Cutting Condition Table — Page : P.122 §
P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108 g
@
»

X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend
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FAX EAZ#7I%

RIFB4RSE
Order No.

SHOULDER FACE MILLING CUTTERS- FAX

ERR

Insert

Screw
g

o & @ = -

FAX17-04040-1600 40 40 |16.00 | -— 4
FAX17-05050-2200 50 40 | 2200| - 5
FAX17-06063-2200 63 40 |2200| - 6
FAX17-04080-2540 80 50 |2540| - 4
FAX17-05100-3175 100 63 |[31.75| -— 5 AXMT1705.. CS40 ETF15
FAX17-06125-3810 125 63 |38.10| - 6
FAX17-07080-2540 80 50 |2540 | - 7
FAX17-08100-3175 100 63 |31.75| -— 8
FAX17-09125-3810 125 63 |38.10| -— 9
P> EJIF Insert — Page : P.22 P> &I 43R Cutting Condition Table — Page : P.122
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
(€] (€] © O — @) © — O

© : E£—¥E First Recommend O

% _#E Second Recommend

— ! F#EE NO Recommend




EJD EE#E#TIIE

SHOULDER MILLING CUTTERS- EJD

R

ST EERTIF Screw
Order No. Insert [T (@

EJD15-02025-125L 25 40 125 25 2

EJD15-02025-150L 25 40 150 25 2

EJD15-02025-200L 25 40 200 25 2

EJD15-02025-250L 25 40 250 25 2

EJD15-02026-150L 26 40 150 25 2

EJD15-02026-200L 26 40 200 25 2

EJD15-02030-125L 30 35 125 25 2

EJD15-02030-150L 30 35 150 25 2

EJD15-02030-200L 30 35 200 25 2

EJD15-03032-150L 32 45 150 32 3

EJD15-03032-200L 32 45 200 32 3 JDMT1505.. MS4009A ETF15

EJD15-03032-250L 32 45 250 32 3 /

EJD15-03032-300L 32 45 300 32 3

EJD15-03033-150L 33 45 150 32 3

EJD15-03033-200L 33 45 200 32 3

EJD15-03033-250L 33 45 250 32 3

EJD15-03033-300L 33 45 300 32 3 ﬁ

EJD15-03035-150L 35 45 150 32 3 7]

EJD15-03035-200L 35 45 200 32 3 *5':

EJD15-03035-250L 35 45 250 32 3

EJD15-03035-300L 35 45 300 32 3
=
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P> #ETIR Insert — Page : P.22 P> 14I1&#SR Cutting Condition Table — Page : P.123 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




FSO ERZ /I8

SHOULDER FACE MILLING CUTTERS- FSO

|
|
& 5 [ [ s

ST R Dimensions (mm) | AR | pegey Scre
= I
Order No. Teeth Insert (@
FS014-04050-2200-C 50 40 22.00 - 4
FS014-05063-2200-C 63 40 22.00 - 5 SOMT1404.. TS3505 ETF15
FS0O14-07080-2700-C 80 50 27.00 - 7
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§ P> #EJTIR Insert — Page : P.22 P> 14I1&#ESR Cutting Condition Table — Page : P.123
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




ETP EAZ#/IIF

SHOULDER MILLING CUTTERS- ETP

L1

R

o a e Scre
STRRREE ERTIE o
Order No. Insert [T (@
ETP10-02020-130L 20 50 | 130 | 20 2
TPMX1004.. TS2517 ETFO8
ETP10-03025-150L 25 55 | 150 | 25 3
ETP15-03033-200L 33 45 | 200 | 32 3
TPMX1505.. TS4014 ETF15
ETP15-04040-200L 40 45 | 200 | 32 4
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P> #ELJTIR Insert — Page : P.23 P> 144K Cutting Condition Table — Page : P.124 g
@
(2]

X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




HTP #E4F (0 - EAZEH#/IH

MODULAR HEADS- SHOULDER MILLING CUTTERS- HTP

R

- a o Scre
STRE4RAR ERTIH e
Order No. Insert g
HTP10-02021 21 35 18 M10 2
HTP10-03026 26 35 21 M12 3 TPMX1004.. TS2517 ETF08
HTP10-05033 33 43 29 M16 5
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§ P> B JTIR Insert — Page : P.23 P> 144K Cutting Condition Table — Page : P.124
g P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




FTP EE &7 88

SHOULDER FACE MILLING CUTTERS- FTP

o
—

QE‘

|
* =R

sTREIESE R~ Dimensions (mm) R TR
Order No. Insert g
FTP10-07050-2200 50 50 |22.00| — 7
TPMX1004.. TS2517 ETFO8
FTP10-09063-2200 63 50 |22.00| — 9
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P> #ELJTIR Insert — Page : P.23 P> 144K Cutting Condition Table — Page : P.124 g
@
(2]

X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




EW390 EE##JJiF

SHOULDER MILLING CUTTERS- EW390

IR

ST R Dimensions (mm) | AR | pegers Sorew
Order No. Tei Insert [T (@
EW390-02016-150L 16 28 150 16 2
EW390-02016-200L 16 28 200 16 2
EW390-02017-150L 17 20 150 16 2
EW390-02017-200L 17 20 200 16 2
EW390-02018-150L 18 20 150 16 2
EW390-02018-200L 18 20 200 16 2
EW390-02020-150L 20 30 150 20 2
EW390-02020-200L 20 30 200 20 2
EW390-03020-150L 20 30 150 20 3
EW390-03020-200L 20 30 200 20 3
EW390-02021-150L 21 20 150 20 2
EW390-02021-200L 21 20 200 20 2
EW390-03021-150L 21 20 150 20 3
\ EW390-03021-200L 21 20 200 20 3
EW390-02022-150L 22 30 150 20 2
EW390-02022-200L 22 30 200 20 2
EW390-03022-150L 22 30 150 20 3
EW390-03025-150L 25 35 150 25 3
ﬁ% EW390-03025-200L 25 35 200 25 3 W39011T3.. MS2506B ETFO09
7] EW390-04025-150L 25 35 150 25 4
*:E|': EW390-04025-200L 25 35 200 25 4
EW390-03026-150L 26 25 150 25 3
EW390-03026-200L 26 25 200 25 3
EW390-04026-150L 26 25 150 25 4
EW390-04026-200L 26 25 200 25 4
EW390-04030-150L 30 40 150 32 4
EW390-04030-200L 30 40 200 32 4
EW390-04030-250L 30 40 250 32 4
EW390-04032-150L 32 40 150 32 4
EW390-04032-200L 32 40 200 32 4
E EW390-04032-250L 32 40 250 32 4
2 EW390-04033-150L 33 | 32 | 150 | 32 4
S‘ EW390-04033-200L 33 32 200 32 4
o EW390-04033-250L 33 32 250 32 4
3 EW390-04035-150L 35 32 150 32 4
3 EW390-04035-200L 35 32 200 32 4
@ EW390-04035-250L 35 32 250 32 4
P> #EZJIR Insert — Page : P.23 P> 14II&#ESR Cutting Condition Table — Page : P.125
fixZ= 5 A R N 2] e =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — @]
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% _#E Second Recommend
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ERT EE##JIF

SHOULDER MILLING CUTTERS- ERT

ERT

SR

STRBRSR R Dimensions (mm) | AR | pegers Screw
= I
Order No. d Teeth Insert (@

ERTO07-01006-100L 6 20 100 10 1

ERTO07-01008-100L 8 20 100 10 1

ERT07-01009-100L 9 20 100 10 1

ERT07-02010-100L 10 25 100 10 2 MS2004A ETF06

ERT07-02010-150L 10 25 150 10 2

ERT07-02011-100L 11 20 100 10 2

ERT07-02011-150L 11 20 150 10 2

ERT07-02012-100L 12 25 100 12 2

ERT07-02012-150L 12 25 150 12 2

ANRTO0702..

ERT07-02013-100L 13 20 100 12 2

ERT07-02013-150L 13 20 150 12 2

ERTO07-03016-150L 16 30 150 16 3 /

ERTO07-03016-200L 16 30 200 16 3 MS2005A ETF06

ERTO07-03017-150L 17 25 150 16 3

ERTO07-03017-200L 17 25 200 16 3

ERTO07-04020-150L 20 35 150 20 4

ERT07-04020-200L 20 35 200 20 4 %‘f

ERTO07-04021-150L 21 25 150 20 4 7J
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P> #EJTIR Insert —> Page : P.23 P> 14I1&#SR Cutting Condition Table — Page : P.126 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
fire =28 =i e e =5 F=Fr =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
© © © @] — © © — @]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




ERT EE##JIF

SHOULDER MILLING CUTTERS- ERT

ERT

SR

STpsEE R~ Dimensions (mm) gi BETE Screw
Order No. Tei Insert NI (@
ERT10-02016-150L 16 30 150 16 2
ERT10-02016-200L 16 30 200 16 2
ERT10-02017-150L 17 25 150 16 2
ERT10-02017-200L 17 25 200 16 2
ERT10-02020-150L 20 35 150 20 2
ERT10-02020-200L 20 35 200 20 2
ERT10-03020-150L 20 35 150 20 3
ERT10-03020-200L 20 35 200 20 3
ERT10-02021-150L 21 30 150 20 2
ERT10-02021-200L 21 30 200 20 2
ERT10-03021-150L 21 30 150 20 3
\ ERT10-03021-200L 21 30 200 20 3
ERT10-02025-150L 25 40 150 25 2
ERT10-02025-200L 25 40 200 25 2
ERT10-03025-150L 25 40 150 25 3
ERT10-03025-200L 25 40 200 25 3 ANRT1003.. MS2506B ETF09
ﬁ ERT10-03025-250L 25 40 250 25 3
7] ERT10-02026-150L 26 30 150 25 2
*;% ERT10-02026-200L 26 30 200 25 2
ERT10-03026-150L 26 30 150 25 3
ERT10-03026-200L 26 30 200 25 3
ERT10-03026-250L 26 30 250 25 3
ERT10-04032-150L 32 40 150 32 4
ERT10-04032-200L 32 40 200 32 4
ERT10-04032-250L 32 40 250 32 4
ERT10-04032-300L 32 40 300 32 4
ERT10-05032-150L 32 40 150 32 5
E ERT10-05032-200L 32 40 200 32 5
= ERT10-05032-250L | 32 | 40 | 250 | 32 | 5
S' ERT10-05032-300L 32 40 300 32 5
% ERT10-04033-150L 33 35 150 32 4
o P> EJIF Insert — Page : P.23 P> 1KIE#EER Cutting Condition Table — Page : P.126
) X BigRizin -C BHKILERET ° Product number end in -C are coolant-through design.

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




ERT EE##JIF

SHOULDER MILLING CUTTERS- ERT

ERT

SR

ST R Dimensions (mm) | AR | pegers Sorew
Order No. Tei Insert I (@

ERT10-04033-200L 33 35 200 32 4

ERT10-04033-250L 33 35 250 32 4

ERT10-04033-300L 33 35 300 32 4

ERT10-05033-150L 33 35 150 32 5

ERT10-05033-200L 33 35 200 32 5

ERT10-05033-250L 33 35 250 32 5

ERT10-05033-300L 33 35 300 32 5

ERT10-04035-150L 35 35 150 32 4 ANRT1003.. MS2506B ETF09

ERT10-04035-200L 35 35 200 32 4

ERT10-04035-250L 35 35 250 32 4

ERT10-04035-300L 35 35 300 32 4

ERT10-05035-150L 35 35 150 32 5 /

ERT10-05035-200L 35 35 200 32 5

ERT10-05035-250L 35 35 250 32 5

ERT10-05035-300L 35 35 300 32 5
g
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P> #EJTIR Insert —> Page : P.23 P> 14I1&#SR Cutting Condition Table — Page : P.126 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HRT #H4 0 - EAZ /1A

MODULAR HEADS- SHOULDER MILLING CUTTERS- HRT

Fu

ST EERTIF Screw
Order No. Insert [T (@
HRTO07-01009 9 18 4.5 M4 1
HRTO07-02010 10 18 5.5 M5 2 MS2004A
HRTO07-02011 11 18 5.5 M5 2
HRTO07-02012 12 20 6.5 M6 2
HRTO07-02013 13 20 6.5 M6 2 ANRTO0702.. ETF06
HRTO07-03016 16 23 8.5 M8 3
HRTO07-03017 17 23 8.5 M8 3 MS2005A
HRT07-04020 20 30 10.5 | M10 4
HRT07-04021 21 30 10.5 | M10 4
HRT10-02016 16 30 8.5 M8 2
HRT10-02017 17 30 8.5 M8 2
\ HRT10-02020 20 30 10.5 | M10 2
HRT10-03020 20 30 10.5 | M10 3
HRT10-02021 21 30 10.5 | M10 2
HRT10-03021 21 30 10.5 | M10 3
HRT10-03025 25 35 12.5 | M12 3
ﬁ HRT10-03026 26 35 12.5 | M12 3 ANRT1003.. MS2506B ETF09
7] HRT10-04026 26 35 12.5 | M12 4
*;Ef: HRT10-04032 32 43 17.0 | M16 4
HRT10-05032 32 43 17.0 | M16 5
HRT10-04033 33 43 17.0 | M16 4
HRT10-05033 33 43 17.0 | M16 5
HRT10-04035 35 43 17.0 | M16 4
HRT10-05035 35 43 17.0 | M16 5
=
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A
g P> #ELTIR Insert — Page : P.23 P> 144K Cutting Condition Table — Page : P.126
g P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
=1 A& FREE 58 ot ] = =R
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — @]
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FRT EEZ#7]E

SHOULDER FACE MILLING CUTTERS- FRT

FRT

|
|
& % [ [ 2

o a o Scre
STRBRSE R TIE e
Order No. Insert AW (@
FRT10-04050-2200 50 40 22.00 | M11 4
FRT10-06050-2200 50 40 22.00 | M11 6
FRT10-07050-2200 50 40 22.00 | M11 7
FRT10-04063-2540 63 50 25.40 | M13 4 ANRT1003.. MS2508B ETF09
FRT10-06063-2540 63 50 25.40 | M13 6
FRT10-04066-2540 66 50 25.40 | M13 4
FRT10-06066-2540 66 50 25.40 | M13 6
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P> #EJTIR Insert —> Page : P.23 P> 14I1&#SR Cutting Condition Table — Page : P.126 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. *

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © — O
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EAD EEZ#TIIF

SHOULDER MILLING CUTTERS- EAD

L1 - |
\Yo
of | | | —| D
D

T

STRBRSR R Dimensions (mm) | AR | pegers Screw
= I
Order No. Teeth Insert (@
EADO06-02010-120L 10 20 120 10 2
EADO06-02011-110L 11 13 110 10 2
EAD06-02011-150L 11 13 150 10 2
EAD06-02012-100L 12 25 100 12 2
EAD06-02012-130L 12 25 130 12 2
EAD06-03012-100L 12 25 100 12 3
ADMTO0602.. MS1804B ETFO06
EAD06-03012-130L 12 25 130 12 3
EAD06-02013-130L 13 18 130 12 2
EAD06-03013-130L 13 18 130 12 3
EAD06-04016-150L 16 28 150 16 4
EAD06-04016-200L 16 28 200 16 4
\ EADO06-04017-150L 17 20 150 16 4
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§ P> #ELJTIR Insert — Page : P.23 P> EIE#ESR Cutting Condition Table — Page : P.127
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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MODULAR HEADS- SHOULDER MILLING CUTTERS- HAD
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o a o Scre
STRBRSE R TIE e
Order No. Insert g
HAD06-02010 10 16 5.5 M5 2
HAD06-02011 11 16 5.5 M5 2
HAD06-02012 12 18 6.5 M6 2
HAD06-03012 12 18 6.5 M6 3
HADO06-02013 13 18 6.5 M6 2
HADO06-03013 13 18 6.5 M6 3
ADMTO0602.. MS1804A ETFO06
HADO06-04016 16 20 8.5 M8 4
HADO06-04018 18 18 6.5 M8 4
HADO06-04020 20 24 10.5 | M10 4
HADO06-05020 20 24 10.5 | M10 5
HADO06-04025 25 28 12.5 | M12 4
HADO06-05025 25 28 12.5 | M12 5 /
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X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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EBCM Eis B Z#T]IF

HIGH PRECISION- BALL NOSED CUTTERS- EBCM

EBCIN

RIFBARER 1AL

Order No. Insert

EBCIM08-01008-100L 8 20 100 8
EBCM10-01010-100L 10 25 100 10
EBCM10-01010-150L 10 36 150 12
EBCM12-01012-150L 12 32 150 12
EBCM12-01012-200L 12 58 200 16
EBCM16-01016-150L 16 36 150 16
EBCM16-01016-200L 16 36 200 16
EBCM20-01020-150L 20 45 150 20

1 - MGR3008 ETF08

1

1

1

1

1

1

1
EBCM20-01020-200L 20 45 200 20 1 CMP32D20.. MGR5020 ETL20

1

1

1

1

1

1

1

MGR4010 ETL15

CMP32D12.. MGR5012 ETL20

CMP32D16.. MGR5016 ETL20

EBCM20-01020-250L 20 76 250 25
EBCM25-01025-200L 25 45 200 25
\ EBCM25-01025-250L 25 45 250 25
EBCM25-01025-300L 25 98 300 32
EBCM32-01032-200L 32 50 200 32
EBCM32-01032-250L 32 50 250 32
EBCM32-01032-300L 32 50 300 32

CMP32D25.. MGR6025 ETL30

CMP32D32.. MGR8030 ETL30

i o &%

P> EZTIR Insert — Page : P.24 P> 14I1&#SR Cutting Condition Table — Page : P.128
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fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © @] — © © O O

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




HBCM 5 1i - Bie R E # /1%

MODULAR HEADS- HIGH PRECISION- BALL NOSED CUTTERS- HBCM

HE -t EER
Order No. Insert
HBCMO08-01008 8 16 4.5 M4 1 - MGR3008 ETF08
HBCM10-01010 10 20 5.5 M5 1 - MGR4010 ETL15
HBCM12-01012 12 22 6.5 M6 1 CMP32D12.. MGR5012 ETL20
HBCM16-01016 16 28 8.5 M8 1 CMP32D16.. MGR5016 ETL20
HBCM20-01020 20 30 10.5 M10 1 CMP32D20.. MGR5020 ETL20
HBCM25-01025 25 40 12.5 M12 1 CMP32D25.. MGR6025 ETL30
HBCM32-01032 32 43 17.0 M16 1 CMP32D32.. MGR8030 ETL30
*E
:F
=
5
Q@
_‘
3
P> ELTIR Insert — Page : P.24 P> 144K Cutting Condition Table — Page : P.128 g
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X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®
TR = RE A o) = Sas
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 | HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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MODULAR HEADS- BALL NOSED CUTTERS- ROUGHING- HBWP

&

x o s Scre
STRERSE NY | EEIE s
Order No. Flute Insert [ (@
HBWP2614-02025 125R | 25 21 42 12.5 | M12 2
HBWP2614-02030 15.0R 30 23 50 12.5 | M12 2 WP26339R14.. TS4023 ETF15
HBWP2614-02032 16.0R 32 23 50 17.0 M16 2
HBWP2625-02040 20.0R 40 38 65 28.0 M18 2
WP26379R25.. TS5007 ETF20
HBWP2625-02050 25.0R 50 45 80 36.0 M25 2
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g P> #ELTIR Insert — Page : P.24 P> 144K Cutting Condition Table — Page : P.130
g P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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HIGH FEED MILLING CUTTERS- EWP

o a e Scre
STRRREE ERTIE o
Order No. Insert [T (@
EWP2614-03032-150L 32 28 | 150 | 32 3
EWP2614-03035-180L 35 40 | 180 | 32 3
WP26339R14.. TS4005 ETF15
EWP2614-03035-230L 35 40 | 230 | 32 3
EWP2614-04040-200L 40 40 | 200 | 32 4
EWP2625-02040-200L 40 45 | 200 | 32 2
WP26379R25.. TS5002 ETF20
EWP2625-03050-200L 50 45 | 200 | 32 3
7]
*EI
:F
=
g
(o]
_|
o
o
3
P> #ELTIR Insert — Page : P.24 P> 14II&#SR Cutting Condition Table — Page : P.129 g
@
(2]

X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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FWP EiEfaZ /I8

HIGH FEED FACE MILLING CUTTERS- FWP

9 [ 24

HE -t EER
Order No. Insert
FWP2625-03050-2200 50 21 50 22.00 3
FWP2625-04063-2200 63 21 50 22.00 4
FWP2625-05080-2700 80 23 50 27.00 5
WP26379R25.. TS5002 ETF20
FWP2625-06100-3200 100 26 50 32.00 6
FWP2625-07125-4000 125 38 63 40.00 7
FWP2625-08160-4000 160 38 63 40.00 8
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% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s Al SRS N fiad Ra® =as
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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b= kit AL

CORNER ROUNDING MILLING CUTTERS- ERD

o a e Scre
STREREE ERRTIE o
Order No. Insert g
ERD05-02010-100L 10 18 | 100 | 10 2 MS2003A
ERD05-02011-100L 1 15 | 100 | 10 2
ERD05-02011-150L 1 15 | 150 | 10 2
ERD05-02012-100L 12 | 22 | 100 | 12 2
ERD05-03012-100L 12 | 22 | 100 | 12 3
ERD05-03012-150L 12 | 22 | 150 | 12 3
ERD05-02013-100L 13 18 | 100 | 12 2 RD..0501.. ETF06
MS2004A
ERD05-03013-100L 13 18 | 100 | 12 3
ERD05-03013-150L 13 18 | 150 | 12 3
ERD05-04016-150L 16 30 | 150 | 16 4
ERD05-04016-200L 16 30 | 200 | 16 4
ERD05-04017-150L 17 | 20 | 150 | 16 4 /
ERD05-04017-200L 17 | 20 | 200 | 16 4
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fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
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b= kit AL

CORNER ROUNDING MILLING CUTTERS- ERD

STHAESH BRI Serew
Order No. Insert [T (@

ERDO07-02015-100L 15 25 100 16 2

MS2505E ETF08
ERD07-02015-150L 15 25 150 16 2
ERD07-02016-150L 16 25 150 16 2
ERDO07-02016-200L 16 25 200 16 2
ERDO07-03016-150L 16 25 150 16 3
ERDO07-03016-200L 16 25 200 16 3
ERDO07-02017-150L 17 20 150 16 2
ERDO07-02017-200L 17 20 200 16 2
ERDO07-03017-150L 17 20 150 16 3
ERDO07-03017-200L 17 20 200 16 3 MS2506E ETF08
ERDO07-03020-150L 20 35 150 20 3
ERDO07-03020-200L 20 35 200 20 3
ERDO07-03021-150L 21 25 150 20 3
ERDO07-03021-200L 21 25 200 20 3
ERDO07-04025-150L 25 40 150 25 4
ERD07-04025-200L 25 40 200 25 4
ERDO07-04025-250L 25 40 250 25 4

RD..0702..

ERDO07-05025-150L 25 40 150 25 5
ERDO07-05025-200L 25 40 200 25 5 MS2505E ETF08
ERDO07-05025-250L 25 40 250 25 5
ERDO07-04026-150L 26 25 150 25 4
ERD07-04026-200L 26 25 200 25 4
ERD07-04026-250L 26 25 250 25 4
ERDO07-05026-150L 26 25 150 25 5
ERDO07-05026-200L 26 25 200 25 5
ERDO07-05026-250L 26 25 250 25 5
ERDO07-05035-150L 35 30 150 32 5

MS2506E ETF08
ERDO07-05035-200L 35 30 200 32 5
ERDO07-05035-250L 35 30 250 32 5
ERDO07-05035-300L 35 30 300 32 5
ERDO07-06035-150L 35 30 150 32 6
ERDO07-06035-200L 35 30 200 32 6
ERDO07-06035-250L 35 30 250 32 6
ERDO07-06035-300L 35 30 300 32 6

P> 1E5E IS Insert — Page : P.25 P> YR Cutting Condition Table — Page : P.131
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fixZ= 5 axi HE 5 et REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
M\;Vtzr:i(m HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
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CORNER ROUNDING MILLING CUTTERS- ERD

o a <t Di i o Scre Wi ench Clam
STHERSE R TIE b ! P
Order No. = Insert \“\“‘ Aé%
ERDX10-02020-150L 20 40 150 20 2
ERDX10-02020-200L 20 40 200 20 2
ERDX10-02021-150L 21 25 150 20 2
ERDX10-02021-200L 21 25 200 20 2
ERDX10-03025-150L 25 40 150 25 3
MS3507A - - ETF15
ERDX10-03025-200L 25 40 200 25 3
ERDX10-03025-250L 25 40 250 25 3
ERDX10-03026-150L 26 25 150 25 3
ERDX10-03026-200L 26 25 200 25 3
ERDX10-03026-250L 26 25 250 25 3
ERDX10-03030-150L 30 25 150 25 3
ERDX10-03030-200L 30 25 200 25 3 MS3509A - - ETF15 /
ERDX10-03030-250L 30 25 250 25 3 RD..1003..
ERDX10-03032-150L 32 40 150 32 3
ERDX10-03032-200L 32 40 200 32 3
ERDX10-03032-250L 32 40 250 32 3
ERDX10-03032-300L 32 40 300 32 3 ﬁ
ERDX10-03035-150L 35 35 150 32 3 7]
ERDX10-03035-200L 35 35 200 32 3 *5':
MS3509A | MC35-3V - ETF15
ERDX10-03035-250L 35 35 250 32 3
ERDX10-03035-300L 35 35 300 32 3
ERDX10-04035-150L 35 35 150 32 4
ERDX10-04035-200L 35 35 200 32 4
ERDX10-04035-250L 35 35 250 32 4
ERDX10-04035-300L 35 35 300 32 4
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P> #EJIR Insert — Page : P.25 P> 14I1&#SR Cutting Condition Table — Page : P.131 g
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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CORNER ROUNDING MILLING CUTTERS- ERD

sTREMESE <t Di i BETIE Screw Wrench Clamp Wrench
Order No. = Insert \“\“‘ % ED:'
ERD10-02025-150L 25 45 150 25 2
ERD10-02025-200L 25 45 200 25 2
ERD10-02025-250L 25 45 250 25 2
ERD10-02026-150L 26 30 150 25 2
ERD10-02026-200L 26 30 200 25 2
ERD10-02026-250L 26 30 250 25 2
ERD10-02030-150L 30 30 150 25 2
ERD10-02030-200L 30 30 200 25 2
ERD10-02030-250L 30 30 250 25 2
ERD10-03030-150L 30 30 150 25 3
ERD10-03030-200L 30 30 200 25 3
S~ ERD10-03030-250L %0 | 30 2012 | 3 | gy qot3. | Ms40098 - MC35-3V | ETF15
ERD10-03032-150L 32 45 150 32 3
ERD10-03032-200L 32 45 200 32 3
ERD10-03032-250L 32 45 250 32 3
ERD10-03032-300L 32 45 300 32 3
ﬁ ERD10-03035-150L 35 30 150 32 3
7] ERD10-03035-200L 35 30 200 32 3
*;E|': ERD10-03035-250L 35 30 250 32 3
ERD10-03035-300L 35 30 300 32 3
ERD10-03040-150L 40 30 150 32 3
ERD10-03040-200L 40 30 200 32 3
ERD10-03040-250L 40 30 250 32 3
ERD10-03040-300L 40 30 300 32 3
ERD12-02025-100L 25 45 100 25 2
ERD12-02025-150L 25 45 150 25 2 RD..1204.. MS4009A - MC35-3V ETF15
= ERD12-02025-200L 25 45 200 25 2
@
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@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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MODULAR HEADS- CORNER ROUNDING MILLING CUTTERS- HRD

v

el i
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STpsEE BETIE Screw Wrench Clamp Wrench
Order No. Insert ED:' % ED:'
HRDO05-02012 12 18 6.5 M6 2
HRDO05-03012 12 18 6.5 M6 3
HRDO05-02013 13 18 6.5 M6 2
RD..0501.. MS2004A ETF06 - -
HRD05-03013 13 18 6.5 M6 3
HRD05-04016 16 23 8.5 M8 4
HRDO05-04017 17 23 8.5 M8 4
HRDO07-02015 15 23 8.5 M8 2 MS2505E ETFO08 - -
HRDO07-02016 16 23 8.5 M8 2
HRDO07-03016 16 23 8.5 M8 3
HRDO07-02017 17 23 8.5 M8 2
HRDO07-03017 17 23 8.5 M8 3
HRDO07-03020 20 30 10.5 | M10 3 MS2506E ETFO8 - -
HRDO07-02021 21 30 10.5 | M10 2
HRDO07-03021 21 30 10.5 | M10 3 RD..0702.. /
HRDO07-03022 22 30 10.5 | M10 3
HRDO07-04025 25 35 12.5 | M12 4
HRDO07-05025 25 35 12.5 | M12 5 MS2505E ETFO08 - -
HRDO07-04026 26 35 125 | M12 4
HRDO07-05026 26 35 125 | M12 5 MS2506E ETFO8 _ _ ﬁ
HRDO07-05035 35 43 17.0 | M16 5 7]
HRDO07-06035 35 43 17.0 | M16 6 *5':
HRDX10-02020 20 30 10.5 | M10 2
HRDX10-02021 21 30 10.5 | M10 2
MS3507A ETF15 - -
HRDX10-03025 25 35 12.5 | M12 3
HRDX10-03026 26 35 125 | M12 3
HRDX10-03030 30 35 12.5 | M12 3 MS3509A ETF15 - -
HRDX10-03032 32 43 17.0 | M16 3 RD..1003..
HRDX10-03035 35 43 17.0 | M16 3
HRDX10-04035 35 43 17.0 | M16 4
MS3509A - MC35-3V ETF15
HRDX10-04040 40 43 17.0 | M16 4
HRDX10-04042 42 43 17.0 | M16 4 E
HRDX10-05042 42 | 43 | 170 | M6 | 5 2
g
P> #ELTIR Insert — Page : P.25 P> 144K Cutting Condition Table — Page : P.131 g
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fix s ] SRS N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
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MODULAR HEADS- CORNER ROUNDING MILLING CUTTERS- HRD

[

o o 1t Scre Wrench Clam Wrench
STHERSE R TIE b ! P
Order No. £ Insert §:| I:' %
HRD10-02020 20 30 10.5 M10 2 MS4008B ETF15 - -
HRD10-02021 21 30 10.5 M10 2 MS4009B ETF15 - -
HRD10-02025 25 35 12.5 M12 2 MS4009B - MC35-3V ETF15
HRD10-03025 25 35 12.5 M12 3 MS4009B ETF15 - -
HRD10-02026 26 35 12.5 M12 2 MS4009B - MC35-3V ETF15
HRD10-03026 26 35 12.5 M12 3 MS4009B ETF15 - -
HRD10-02030 30 43 17.0 M16 2 RD..10T3..
HRD10-03032 32 43 17.0 | M16 3
HRD10-03035 35 43 17.0 | M16 3
MS4009B - MC35-3V ETF15
HRD10-04035 35 43 17.0 | M16 4
HRD10-04040 40 43 17.0 | M16 4
\ HRD10-04042 42 43 17.0 | M16 4
HRD10-05042 42 43 17.0 M16 5 MS4009B ETF15 - -
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Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
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CORNER ROUNDING FACE MILLING CUTTERS- FRDX

|
|
|
|
|
M T

Screw Clamp Screw Wrench

RIFBARER 1AL

Order No. = nsert (] AL m{) | = F

FRDX10-04050-2200 50 40 22.00 | M11 4
FRDX10-05050-2200 50 40 22.00 | M11 5
FRDX10-06052-2200 52 40 22.00 | M11 6
FRDX10-04050-2540 50 50 25.40 | M13 4
FRDX10-05050-2540 50 50 25.40 | M13 5 RD..1003.. MS3509A | MC35-3V - ETF15

FRDX10-05063-2540 63 50 25.40 | M13 5
FRDX10-06063-2540 63 50 25.40 | M13 6
FRDX10-06066-2540 66 50 25.40 | M13 6
FRDX10-06080-2540 80 50 25.40 | M13 6
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P> #EJIR Insert — Page : P.25 P> 14I1&#SR Cutting Condition Table — Page : P.131 g

X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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FRD ElBZ 718

CORNER ROUNDING FACE MILLING CUTTERS- FRD

- - Screw Wrench Clamp Wrench
= BEIR
Order No. = Insert ; % ;
FRD10-05040-1600 40 40 16.00 | M9 5
FRD10-04050-2200 50 50 22.00 | M11 4
FRD10-05050-2200 50 50 22.00 | M11 5
FRD10-05052-2200 52 50 22.00 | M11 5
RD..10T3.. MS4009B - MC35-3V ETF15
FRD10-04050-2540 50 50 | 25.40 | M13 4
FRD10-05063-2540 63 50 | 25.40 | M13 5
FRD10-06080-2540 80 50 | 25.40 | M13 6
FRD10-06086-2540 86 50 | 25.40 | M13 6
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o P> iEE7IF Insert — Page : P.25,26 P> HIfREFSR Cutting Condition Table — Page : P.131
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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b= Eit 7 YN

CORNER ROUNDING FACE MILLING CUTTERS- FRD

= o = Scre Wrench Clam
STHERSE R TIE b ! P
Order No. = Insert ; %
FRD16-03050-2200 50 50 22.00 | M11 3
FRD16-04052-2200 52 50 22.00 | M11 4
FRD16-05063-2700 63 50 27.00 | M13 5
FRD16-04066-2700 66 50 27.00 | M13 4
FRD16-05066-2700 66 50 27.00 | M13 5
FRD16-05080-2700 80 50 27.00 | M13 5
FRD16-06080-2700 80 50 27.00 | M13 6
FRD16-03063-2540 63 50 25.40 | M13 3 RD..1604.. MS5011A - MC50V ETF20
FRD16-04063-2540 63 50 25.40 | M13 4
FRD16-05063-2540 63 50 25.40 | M13 5
FRD16-04066-2540 66 50 25.40 | M13 4 /
FRD16-05066-2540 66 50 2540 | M13 5
FRD16-04072-2540 72 50 2540 | M13 4
FRD16-05080-2540 80 50 2540 | M13 5
FRD16-06100-3175 100 50 31.75 | M45 6
FRD16-08160-5080 160 60 50.80 | M64 8 ﬁ
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X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design. ®

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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ERP ElEZ#tTII7

CORNER ROUNDING MILLING CUTTERS- ERP

L1

o o 1t Scre Wrench Clam Wrench
STHBMRSE EETIF e ‘ %
Order No. Insert ml | =1 F % —IF
ERP08-02020-150L 20 35 150 20 2
RP..08T2.. MS2506A ETFO09 MC35-3V ETF15
ERP08-02020-200L 20 35 200 20 2
ERP10-02025-150L 25 40 150 25 2
ERP10-02025-200L 25 40 200 25 2
ERP10-02025-250L 25 40 250 25 2
RP..10T3.. MS3509A - MC35-3V ETF15
ERP10-02026-150L 26 35 150 25 2
ERP10-02026-200L 26 35 200 25 2
ERP10-02026-250L 26 35 250 25 2
ERP12-02025-150L 25 45 150 25 2
ERP12-02025-200L 25 45 200 25 2
ERP12-02025-250L 25 45 250 25 2
MS4009A - MC35-3V ETF15
\ ERP12-02026-150L 26 35 150 25 2
ERP12-02026-200L 26 35 200 25 2
ERP12-02026-250L 26 35 250 25 2
ERP12-02032-150L 32 45 150 32 2
RP..1204..
ERP12-02032-200L 32 45 200 32 2
ﬁ ERP12-03032-150L 32 45 150 32 3
7] ERP12-03032-200L 32 45 200 32 3
MS4011A - MC35-3V ETF15
*;EH: ERP12-03032-250L 32 45 250 32 3
ERP12-03040-150L 40 35 150 32 3
ERP12-03040-200L 40 35 200 32 3
ERP12-03040-250L 40 35 250 32 3
ERPX10-02020-150L 20 35 150 20 2
ERPX10-02020-200L 20 35 200 20 2
MS4009A ETF15 - -
ERPX10-02021-150L 21 25 150 20 2
ERPX10-02021-200L 21 25 200 20 2
RP..1003..
= ERPX10-02025-150L 25 40 150 25 2
= ERPX10-02025-200L 25 40 200 25 2
= MS4009A - MC35-3V ETF15
@ ERPX10-02026-150L 26 30 150 25 2
S' ERPX10-02026-200L 26 30 200 25 2
o
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§ P> #EZTIR Insert — Page : P.27,28 P> ISR Cutting Condition Table — Page : P.132
@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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HRP #H4 =\ - BB & 7]58

MODULAR HEADS- CORNER ROUNDING MILLING CUTTERS- HRP

v

- - Screw Wrench Clamp Wrench
HI EER
Order No. £ Insert §:| I:' % §:| F'
HRP12-02025 25 35 12.5 M12 2
RP..1204.. MS4009A - MC35-3V ETF15
HRP12-02026 26 35 12.5 M12 2
HRPX10-02020 20 30 10.5 M10 2
MS4009A ETF15 - -
HRPX10-02021 21 30 10.5 M10 2
HRPX10-02025 25 35 12.5 M12 2 MS4009A - MC35-3V ETF15
HRPX10-03025 25 35 12.5 M12 3 RP.1003 MS4009A ETF15 - -
HRPX10-02026 26 35 | 125 | M2 | 2 T
HRPX10-03030 30 35 12.5 | M12 3
MS4009A - MC35-3V ETF15
HRPX10-03035 35 43 17.0 | M16 3
HRPX10-04035 35 43 17.0 | M16 4
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FRP ElBZ 7188

CORNER ROUNDING FACE MILLING CUTTERS- FRP

RIFBARER

Order No.

ERR

Insert

Screw

Clamp

‘B

Wrench

=T

Wrench

=T

FRP12-04050-2200 50 50 |22.00 | M11 4
FRP12-04050-2540 50 50 | 25.40 | M13 4
FRP12-05063-2540 63 50 | 25.40 | M13 5 RP..1204.. MS4011A - MC35-3V ETF15
FRP12-05066-2540 66 50 | 25.40 | M13 5
FRP12-06080-2540 80 50 | 25.40 | MI13 6
FRP12-06100-3175 100 50 | 31.75 | M13 6
P> #EJTIR Insert — Page : P.28 P> 414K Cutting Condition Table — Page : P.132
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
fire =28 =i e e =5 F=Fr =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 — HRC<30 — HRC<30
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ETCC- T Z#tJJtF

T-SLOT MILLING CUTTERS- ETCC

- 5 <t Di i - Screw
STRBAESE R~ Dimensions (mm) BERTIE
Order No. Insert ()
ETCCO06-02021-100L 21 9 16 10.0 100 16 2
ETCCO06-04040-150L 40 9 17 19.8 150 20 4
ETCC06-04025-090L 25 11 17 12.5 90 20 4 CCMT0602.. MS2506A ETF09
’ CCGT0602..
ETCC06-04030-100L 30 11 20 14.0 100 25 4
ETCCO06-04040-150L-110C| 40 11 15 19.8 150 20 4
ETCCO09-04040-110L 40 18 27 20.0 110 25 4
CCMTO9TS.. MS4011A ETF15
ETCC09-04050-150L 50 18 15 | 248 | 150 | 25 4 | CCGTOOTS..
CCMT1204..
ETCC12-04050-140L 50 22 34 26.0 140 32 4 CCGT1204.. MS5011A ETF20
P> EZTIR Insert > Page : P.171 P> 4% #SR Cutting Condition Table — Page : P.133
X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.
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Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERME Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 HRC<30 HRC<30
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FTCC- T Z#t7]588

T-SLOT MILLING CUTTERS- FTCC

FTCC r%

HE - EER
Order No. = Insert
FTCC06-08100-2540 100 8 50 60 25.40 8
CCMTO602.. MS2506A ETF09

ETCC06-10125-3175 125 | 10 50 70 |31.75| 10 | CCGT0602..
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@ X BUgEIgE -C A 7KFLEEET o Product number end in -C are coolant-through design.

TR = HER 5 =55 e ® =2RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FERItE Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © — — © © © (@]

O : E—HE First Recommend O : S8 #E Second Recommend — @ A #E NO Recommend




EDDC 15 EZ #/It7

DOVETAIL CUTTERS- EDDC

L1 ‘

[N

_s0 | ’ D

STIB MR BEA
Order No. Insert
EDDC07-01016-100L 16 20 | 100 | 16 1
EDDC07-01020-100L 20 25 | 100 | 20 1
DCMTO702.. MS2506A ETF09
EDDC07-03025-120L 25 25 | 120 | 20 3 | DCGT0702..
EDDC07-03030-120L 30 25 | 120 | 20 3
EDDC11-03040-150L 40 25 | 150 | 25 3
EDDC11-03044-150L 44 25 | 150 | 25 3
EDDC11-03050-120L 50 30 | 120 | 25 3
DCMTT1TS.. MS4011A ETF15
EDDC11-03050-150L 50 30 | 150 | 32 3 | DCGTIMT3..
EDDC11-04056-150L 56 30 | 150 | 32 4
EDDC11-04060-150L 60 30 | 150 | 32 4
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Work
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AT - S220 HHTE4T]E - 1REE - 4 7]

THREAD- S220 MICRO GRAIN CARBIDE END MILLS- Square Type- 4F

CHS

[oR

- [M

R

sy

=)

B7IRTEdR HERRET R AR R~F Dimensions (mm) Y

Uncoated Coated

Order No. Order No. ¥247 Thread Flutes b
CHS40800 CHS40800A 8 8 17.0 M4 X0.7 4.5 4 TCO06
CHS41000 CHS41000A 10 10 20.0 M5X0.8 5.5 4 TCO7
CHS41200 CHS41200A 12 12 23.2 M6X1.0 6.5 4 TCO08
CHS41600 CHS41600A 16 16 30.0 M8X1.25 8.5 4 TC11
CHS42000 CHS42000A 20 20 37.2 M10X1.5 10.5 4 TC15
CHS42500 CHS42500A 25 25 44.7 M12X1.75 12.5 4 TC19
CHS43200 CHS43200A 32 32 55.2 M16X2.0 17.0 4 TC24
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fix s ] SRS N bt fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PRt E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
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#8510 - S220 IBHEIS ) - 1REE - 4 7]

THREAD- S220 MICRO GRAIN CARBIDE END MILLS- Corner Radius- 4F

CHCR

=PARL SEH%%TR%%%E T8
Order o, Orcr o d Flues| =

CHCR4080005 CHCR4080005A 8 0.5R 8 17.0 M4X0.7 4.5 4 TCO06
CHCR4080010 CHCR4080010A 8 1.0R 8 17.0 M4X0.7 4.5 4 TCO06
CHCR4080020 CHCR4080020A 8 2.0R 8 17.0 M4X0.7 4.5 4 TCO06
CHCR4100005 CHCR4100005A 10 0.5R 10 20.0 M5X%0.8 5.5 4 TCO7
CHCR4100010 CHCR4100010A 10 1.0R 10 20.0 M5X0.8 5.5 4 TCO7
CHCR4100020 CHCR4100020A 10 2.0R 10 20.0 M5X%0.8 5.5 4 TCO7
CHCR4120010 CHCR4120010A 12 1.0R 12 23.2 M6X1.0 6.5 4 TCO08
CHCR4120020 CHCR4120020A 12 2.0R 12 23.2 M6X1.0 6.5 4 TCO08
CHCR4120030 CHCR4120030A 12 3.0R 12 23.2 M6X%1.0 6.5 4 TCO08
CHCR4160010 CHCR4160010A 16 1.0R 16 30.0 M8X1.25 8.5 4 TC11
CHCR4160020 CHCR4160020A 16 2.0R 16 30.0 M8X1.25 8.5 4 TC11
CHCR4160030 CHCR4160030A 16 3.0R 16 30.0 M8X1.25 8.5 4 TC11
CHCR4200020 CHCR4200020A 20 2.0R 20 37.2 M10X1.5 10.5 4 TC15
CHCR4200030 CHCR4200030A 20 3.0R 20 37.2 M10X1.5 10.5 4 TC15
CHCR4200040 CHCR4200040A 20 4.0R 20 37.2 M10X1.5 10.5 4 TC15

P> sE8BHETI4E Carbide Anti-Vibration Holder — Page : P.107,108 P 4l{&3R Cutting Condition Table — Page : P.134
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AT - S220 HAIKEEET]E - 1REE - 4 7]

THREAD- S220 MICRO GRAIN CARBIDE END MILLS- Ball Nosed- 4F

=PARL SEH%ETR%%%E T8
Order o, OrderNo. | @R Flutes | =
CHB40400 CHB40400A 4.0R 8 17.0 M4Xx0.7 4.5 4 TCO06
CHB40500 CHB40500A 5.0R 10 20.0 M5X0.8 5.5 4 TCO7
CHB40600 CHB40600A 6.0R 12 23.2 M6X1.0 6.5 4 TCO8
CHB40800 CHB40800A 8.0R 16 30.0 M8 X 1.25 8.5 4 TC11
CHB41000 CHB41000A 10.0R 20 37.2 M10X1.5 10.5 4 TC15
CHB41250 CHB41250A 12.5R 25 44.7 M12X1.75 12.5 4 TC19
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fix s ] SRS N bt fRaE =RE
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CARBIDE ANTI-VIBRATION HOLDER

LCL

e ————————— 1o

sTHEIESE R~ Dimensions (mm)
Order No. 247 Thread

LCL008-060L M4 X 0.7 8 4.5 60

LCL008-100L M4 X 0.7 8 4.5 100

LCL008-120L M4 X 0.7 8 4.5 120

LCL010-075L M5 X 0.8 10 5.5 75

LCL010-100L M5 X 0.8 10 5.5 100

LCL010-150L M5 X 0.8 10 5.5 150

LCL012-075L M6 X 1.0 12 6.5 75

LCL012-100L M6 X 1.0 12 6.5 100

LCL012-150L M6 X 1.0 12 6.5 150

LCL012-200L M6 X 1.0 12 6.5 200

LCL016-100L M8 X 1.25 16 8.5 100

LCL016-150L M8 X 1.25 16 8.5 150 /

LCL016-200L M8 X 1.25 16 8.5 200

LCLO016-250L M8 X 1.25 16 8.5 250

LCL020-100L M10 X 1.5 20 10.5 100

LCL020-150L M10 X 1.5 20 10.5 150

LCL020-200L M10 X 1.5 20 10.5 200 ﬁt’,

LCL020-250L M10 X 1.5 20 10.5 250 7]

LCL020-300L M10 X 1.5 20 10.5 300 *5':

LCL025-100L M12 X 1.75 25 12.5 100

LCL025-150L M12 X 1.75 25 12.5 150

LCL025-200L M12 X 1.75 25 12.5 200

LCL025-250L M12 X 1.75 25 12.5 250

LCL025-300L M12 X 1.75 25 12,5 300

LCL032-100L M16 X 2.0 32 17.0 100

LCL032-150L M16 X 2.0 32 17.0 150

LCL032-200L M16 X 2.0 32 17.0 200 =

LCL032-250L M16 X 2.0 32 17.0 250 =

LCL032-300L M16 X 2.0 32 17.0 300 =
_‘
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CARBIDE ANTI-VIBRATION HOLDER- NECK

LLcr

sTHEIESE R~ Dimensions (mm)
Order No. 1847 Thread TE d
LCNO011-075L-030E M6 X 1.0 11.7 6.5 30 75 12
LCNO011-100L-040E M6 X 1.0 11.7 6.5 40 100 12
LCNO011-150L-050E M6 X 1.0 11.7 6.5 50 150 12
LCNO015-100L-040E M8 X 1.25 15.7 8.5 40 100 16
LCNO015-150L-050E M8 X 1.25 15.7 8.5 50 150 16
LCNO019-100L-040E M10 X 1.5 19.5 10.5 40 100 20
LCNO019-150L-050E M10 X 1.5 19.5 10.5 50 150 20
LCN019-200L-060E M10 X 1.5 19.5 10.5 60 200 20
LCN024-100L-040E M12 X 1.75 24.5 12,5 40 100 25
LCN024-150L-050E M12 X 1.75 24.5 12.5 50 150 25
LCN024-200L-060E M12 X 1.75 24.5 12,5 60 200 25
\ LCN024-250L-080E M12 X 1.75 24.5 12,5 80 250 25
LCNO031-100L-040E M16 X 2.0 31.5 17.0 40 100 32
LCN031-150L-050E M16 X 2.0 31.5 17.0 50 150 32
LCN031-200L-060E M16 X 2.0 315 17.0 60 200 32
LCN031-250L-080E M16 X 2.0 315 17.0 80 250 32
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TORQUE WRENCH

ST I EETE #7718 Torque
Order N g 5 Bit T

raer No. It 1orx N.m In-Id
THO6 T6 0.6 5.3
THO7 T7 0.9 8.0
THO8 T8 1.2 10.6
THO9 10 76.25 52 T9 1.4 12.4
TH10 T10 2.0 17.7
TH15 T15 3.0 26.6
TH20 T20 5.0 443

446 / Features :

1. ERARREEERNREERMWITENTILE -
Preset torque tool for industrial applicabons.
2. FEANBISEN T REERE - #FR5  £ARE -
Ergonomic T-handle provides user comfort and safety.
3. EIRTUIER » HEERABERTEEASEMAEE
Removable extension shaft allows for increased access. /
4. BENEEEEER - BIEEE—EEAL " KE " BRIEEERE - BRERRNEMERMHRE -

Tactile overrun when torque is reached preventing damage to fasteners.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 01 ELN/HLN/ FLN SR EEE TR tIHIRER

HIGH FEED MILLING CUTTERS- CUTTING CONDITION TABLE

INTHE Tk =5 S ESH T8 wE RIREEE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
Iﬁ:ﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
EE —
H HRC<40 HRC40~50 HRC<30 HRC<30
ardness
LIHIERE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BIBERE fz (mm) 0.3~1.6 0.3~1.0 0.3~1.2 0.3~1.6 0.3~0.8
INLRE Ap (mm) 0.3~0.9 0.3~0.7 0.3~0.9 0.3~0.9 0.3~0.7
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lérp
X tHIZATL / Cutting formula : S(EEREEER) = Ve(HNEIEEE) X 1000 / D(IME FOELRIER) = fZ(STNEHRE) X Z(78) X S(EHE)
Table 02 ELO/HLO/ FLO S4Bt T2 LIRIIRIFR
HIGH FEED MILLING CUTTERS- CUTTING CONDITION TABLE
INTAE fix s S E N wHE BRaE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
I{iﬂﬁlmﬁ, S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
EE _
H HRC<40 HRC40~50 HRC<30 HRC<30
ardness
HIHEIERE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BYVELRE fz (mm) 0.3~1.6 0.3~1.0 0.3~1.2 0.3~1.6 0.3~0.8
INIRE Ap (mm) 0.3~0.9 0.3~0.7 0.3~0.9 0.3~0.9 0.3~0.7
X EFINTEE (Ae)EE = JME <80% © Ae |
s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks érp

X tNHIAZ / Cutting formula : S(EBAEEEE) = Ve(HNEIZERE) X 1000/ D(IME) / ©t (3.14)

FOERERE) = f2(B7EMRE) X Z(T)¥) X S(EHEFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 03 EBN /HBN / FBN SR HE 12 tIHIRER

HIGH FEED MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSE TR B9 - BNMX0603 For BNMX0603 Inserts

T

INTAE Tk =5 A ES A8 iRE oY=
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
Maﬂt‘;ﬂéﬁde $35C,545C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~50 = HRC<30 HRC<30
Hardness
LIHIZERE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BINELRE fz (mm) 0.3~1.6 0.3~1.0 0.3~1.2 0.3~1.6 0.3~0.8
INLRE Ap (mm) 0.3~0.9 0.3~0.7 0.3~0.9 0.3~0.9 0.3~0.7
X EFEINTEE (Ae)ZE = IME <80% © Ae
s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks Ap
e
{ERSETIFBLER - BNMX0904 For BNMX0904 Inserts
ITHE fix =3 SRS N wHE =Bas
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?eﬁaﬁf ik S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
LIHIERE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BINERE fz (mm) 0.3~1.8 0.3~1.2 0.3~1.4 0.3~1.8 0.3~1.0
INLRE Ap (mm) 0.3~1.4 0.3~1.2 0.3~1.2 0.3~1.4 0.3~1.2
X EHINTEE (Ae)EEE = IME <80% © Ae
figsx Recommended cutting width(Ae) for face milling is less than 80% of diameter. ;\L
Remarks l—l—_l P

X tNHIZATL / Cutting formula : S(EBEREEEE) = Ve(LNBEIEEE) X 1000/ D(IME) / 7t (3.14)

FOERERE) = f(B7ERE) X Z(TV#) X S(THIFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 04 EWN / FWN S 43R5 7048 tIEIISHR

HIGH FEED MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIABYSE : WNMX09T3 For WNMX09T3 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:ttefiraﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIHEIZEE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BTVELRE fz (mm) 0.3~1.5 0.3~1.1 0.3~1.2 0.3~1.5 0.3~1.0
INLZRE Ap (mm) 0.40~1.35 0.4~1.0 0.4~1.0 0.40~1.35 0.4~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
e
{ERSETIF B : WNMX1305 For WNMX1305 Inserts
ITHE fix s SEESE N bt 2RE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BYNELRE fz (mm) 0.3~1.7 0.3~1.3 0.3~1.4 0.3~1.7 0.3~1.2
IIRE Ap (mm) 0.4~1.7 0.4~1.3 0.4~1.4 0.4~1.7 0.4~1.3
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 05 FJD SiEsE 8 RIRER

HIGH FEED FACE MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIA B - IDMW1204 For JDMW1204 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁtﬁgﬁ' o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIHEIZEE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BTVELRE fz (mm) 0.3~1.3 0.3~1.0 0.3~1.0 0.3~1.3 0.3~1.0
INLZRE Ap (mm) 0.3~1.5 0.3~1.0 0.3~1.0 0.3~1.5 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
e
{ERETIFBER - JDMW1405 For JDMW1405 Inserts
ITHE fix s SEESE N = 2RE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?efi‘:aﬁ;‘(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BY)ELRE fz (mm) 0.3~1.5 0.3~1.2 0.3~1.2 0.3~1.5 0.3~1.2
IIRE Ap (mm) 0.5~2.0 0.5~1.5 0.5~1.5 0.5~2.0 0.5~1.5
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 06 FSD SRS TI% HEIEHR

HIGH FEED FACE MILLING CUTTERS- CUTTING CONDITION TABLE

INTAE Tk =5 S ESH T8 iwHE RIREEE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
Iﬂ:ﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
H R HRC<40 HRC40~55 = HRC<30 HRC<30
ardness
LIHIERE Ve 120~250m/min 50~120m/min 100~180m/min 120~250m/min 50~100m/min
BIBERE fz (mm) 0.3~1.5 0.3~1.2 0.3~1.2 0.3~1.5 0.3~1.2
INLRE Ap (mm) 0.3~1.5 0.3~1.0 0.3~1.0 0.3~1.5 0.3~1.0
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lérp
X HIEIAT / Cutting formula : S(EEHEFE) = Ve(HIHIZERE) X 1000 / D(IME) / T (3.14) FOEREE) = fz2(B7ERE) X Z(F) X S(EHEE)
M
Table 07 FHN B8 7088 LI
FACE MILLING CUTTERS- CUTTING CONDITION TABLE
e BN i Y=k
?\Eligif Carbon Stainless Cast High Temp
Steels Steels Iron Alloys
M I{i_FiFShnﬁ. S35C,S45C,S50C SuUS304 FC,FCD Ti-6Al-4V
aterial Code
HaEiss HRC<40 — HRC<30 HRC<30
HIHEIERE Ve 100~250m/min 60~140m/min 100~250m/min 40~80m/min
BYVELRE fz (mm) 0.1~0.3 0.08~0.25 0.1~0.3 0.08~0.20
ITFE Ap (mm) 0.3~3.5 0.3~2.0 0.3~3.5 0.3~2.0
X EFINTEE (Ae)EE = JME <80% © Ae |
s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks érp

X tNHIAZ / Cutting formula : S(EBAEEEE) = Ve(HNEIZERE) X 1000/ D(IME) / ©t (3.14)

FOERERE) = f2(B7EMRE) X Z(T)¥) X S(EHEFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 08 FSN/ FON Mt 7188 tEIRHER

FACE MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIABYSE - SNMX1205 For SNMX1205 Inserts

ITHE fix s SEESE N wHE =Rs
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁtﬁgﬁ' o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 80~200m/min 40~80m/min 60~120m/min 80~200m/min 40~70m/min
BIELRE fz (mm) 0.1~0.3 0.08~0.25 0.08~0.25 0.1~0.3 0.08~0.20
INLZRE Ap (mm) 0.3~5.0 0.3~2.0 0.3~3.5 0.3~5.0 0.3~2.0
X ESEINTERE (Ae)Ei# = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lAp
-
{ERETIF B : ONMX0505 For ONMX0505 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:lt:efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
LIHIEE Ve 80~200m/min 40~80m/min 60~120m/min 80~200m/min 40~70m/min
BY)ELRE fz (mm) 0.1~0.3 0.08~0.25 0.08~0.25 0.1~0.3 0.08~0.20
IIRE Ap (mm) 0.3~2.0 0.3~1.5 0.3~1.5 0.3~2.0 0.3~1.5
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ?

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 09 FOF E#t 7188 tEIEHR

FACE MILLING CUTTERS- CUTTING CONDITION TABLE

INTHE Tk =5 S ESH N wE RIREEE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Iron Alloys
Iﬁ:ﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
H R HRC<40 HRC40~55 HRC<30 HRC<30
ardness
LIHIERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYELRE fz (mm) 0.1~0.3 0.08~0.25 0.08~0.25 0.1~0.3 0.08~0.25
INLRE Ap (mm) 0.3~2.8 0.3~1.7 0.3~1.7 0.3~2.8 0.3~1.7
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lérp
X £HIATE / Cutting formula : S(EBHEEEE) = Ve(HIHIEERE) X 1000/ DIME) / ©(3.14)  FOEHREE) = f2(S7IERE) X Z(7IH) X S(EHEE)
M
Table 10 FSE..12 E&E 7148 IEIRER
FACE MILLING CUTTERS- CUTTING CONDITION TABLE
INTAE x5 HEEE N R fRaE BRaE
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
Iﬁ:*ihnﬁ, S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
H T HRC<40 HRC40~55 — HRC<30 — HRC<30
ardness
HIHEIERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 150~300m/min 50~100m/min
BYVELRE fz (mm) 0.1~0.3 0.08~0.25 0.08~0.25 0.1~0.3 0.1~0.4 0.08~0.25
INLREE Ap (mm) 0.3~4.0 0.3~2.0 0.3~3.0 0.3~4.0 0.3~4.0 0.3~2.0
X EFINTEE (Ae)EE = JME <80% © Ae |
s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks érp

X tNHIAZ / Cutting formula : S(EBAEEEE) = Ve(HNEIZERE) X 1000/ D(IME) / ©t (3.14)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BHAEEIARAR 5 ELAZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BEXMEE KA - F5AMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FHIERERE - BENRGDERESINR - AR nHE - HERNRR - FmlE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.

R

FOERERE) = f2(B7EMRE) X Z(T)¥) X S(EHEFE)
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m FSE. 13 EHTIER LMIEH R

FACE MILLING CUTTERS- CUTTING CONDITION TABLE

EINTESARHN - FAREIEES) (10~40%) » When the sound is piercing, please lower the spindle speed(S) (10~40%).

INTHE {i7E 3] HEE 5 5 wE bii= RRaE
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
T 5% :
: S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
H R HRC<40 HRC40~55 = HRC<30 = HRC<30
ardness
LIHIERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 150~300m/min 50~100m/min
BYELRE fz (mm) 0.1~0.3 0.08~0.25 0.08~0.25 0.1~0.3 0.1~0.4 0.08~0.25
INLRE Ap (mm) 0.3~4.0 0.3~2.0 0.3~3.0 0.3~4.0 0.3~4.0 0.3~2.0
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l——léﬁ
X HNEIAT / Cutting formula : S(EBEEEE) = VCEIBIZER) X 1000/ D(IME) / ©(3.14)  FOEMEE) = f2(B7IEHE) X Z(TNH) X S(EHHEE)
A sl
5
g FACE MILLING CUTTERS- CUTTING CONDITION TABLE
— fix =5 aEif A wHE
% ?\Eligif Carbon Alloy Stainless Cast
:ﬁ'u Steels Steels Steels Iron
bt M I{_#*Shnﬁ. S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD
aterial Code
H T HRC<30 HRC30~45 = HRC<30
ardness
HIHEIERE Ve 100~200m/min 80~150m/min 80~160m/min 100~200m/min
o BY)ELRE fz (mm) 0.1~0.3 0.05~0.20 0.1~0.3 0.1~0.3
=
é' INTRE Ap (mm) 0.5~2.5 0.5~2.0 0.5~2.5 0.5~2.5
o X EHINTEE (Ae)iEiE = JME <80% © Ae |
g s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
g_'. Remarks érp
g.
— X tNHIAZ / Cutting formula : S(EBAEEEE) = Ve(HNEIZERE) X 1000/ D(IME) / ©t (3.14) FOEAREE) = fz2(B7BERE) X Z(NH) X S(EHEE)
Q
S
)

1.

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BEXMEE KA - F5AMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D EEIBAEEE  EENRHNERBEIRR - FWARRE - BBRARSR - S -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m EXN/ HXN / FXN BB TI1E Mg HE

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIABISE : XNMX0403 For XNMX0403 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:g:iraﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.10~0.16 0.08~0.12 0.08~0.12 0.10~0.16 0.08~0.12
INLZRE Ap (mm) 0.3~3.0 0.3~1.5 0.3~1.5 0.3~3.0 0.3~1.5
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
-
{ERSETIFBLER - XNMX0806 For XNMX0806 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BYNELRE fz (mm) 0.1~0.2 0.08~0.15 0.08~0.15 0.1~0.2 0.08~0.15
IIRE Ap (mm) 0.3~4.0 0.3~2.0 0.3~2.0 0.3~4.0 0.3~2.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ?

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 14 EAP / HAP | FAP BB B8t TR LGSR

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIRBYSE : APKT1003 For APKT1003 Inserts

ITHE fixZ=s HEEH S wHE RaE =BRa
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
THHREE S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code R d o -oAk
R HRC<40 HRC40~55 = HRC<30 = HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 150~300m/min 50~100m/min
BYVELRE fz (mm) 0.10~0.25 0.07~0.15 0.08~0.18 0.10~0.25 0.10~0.25 0.07~0.15
INLZRE Ap (mm) 0.3~3.0 0.3~1.0 0.3~2.0 0.3~3.0 0.3~4.0 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lff

{ERSETIHBYSE : APKT1604, APET1604 For APKT1604 & APET1604 Inserts

ITHE fix=sH HEE N wE RaE =Pk
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
TtHRsE S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code ’ ’ ’ ’ =oAl-
BE HRC<40 HRC40~55 = HRC<30 = HRC<30
Hardness
LIHIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 150~300m/min 50~100m/min
BY)ELRE fz (mm) 0.1~0.3 0.1~0.2 0.10~0.22 0.1~0.3 0.1~0.3 0.1~0.2
IIRE Ap (mm) 0.5~3.0 0.5~1.0 0.5~2.0 0.5~3.0 0.5~4.0 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ?

X IHIAT / Cutting formula : S(EFHIFE) = V(HIEIZEE) X 1000 / D(SHE) / (3.14) FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m EAP / HAP / FAP ESRESE 18 M=

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

(EA#TIE RS - APMT1035/ APMT1135 For APMT1035/ APMT1135 Inserts

ITHE e ] HAE S = = SRS
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
i S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code BAS d o -oAk
R HRC<40 HRC40~55 = HRC<30 = HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min — 50~100m/min
BUELRE fz (mm) 0.10~0.25 0.07~0.15 0.08~0.18 0.10~0.25 — 0.07~0.15
INTEE Ap (mm) 0.3~3.0 0.3~1.0 0.3~2.0 0.3~3.0 — 0.3~1.0
X ESEINTERE (Ae)Ei# = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_l':f)
fEF# TR BE5E - APMT1604, APGT1604 For APMT1604 & APGT1604 Inserts i
52
ITHE fix=sH HEE N wE RaE =Pk 1|7|<
Materi Carbon Hardened Stainless Cast Aluminum High Temp ﬁ:
aterial
Steels Steels Steels Iron Alloys Alloys i%
M I#.Fﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V o
aterial Code ﬁ
B HRC<40 HRCA40~55 — HRC<30 — HRC<30 =]
Hardness
|
LIHIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 150~300m/min 50~100m/min
BIELRE fz (mm) 0.1~0.3 0.1~0.2 0.10~0.22 0.1~0.3 0.1~0.3 0.1~0.2
IIRE Ap (mm) 0.5~3.0 0.5~1.0 0.5~2.0 0.5~3.0 0.5~4.0 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ?

X tNHIAT / Cutting formula : S(E#EFEE) = V(HIHIZEE) X 1000/ D(FME) / 7 (3.14) FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)
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1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 16 EAX / HAX | FAX BBt TR LRI

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIRBISE : AXMT1235 For AXMT1235 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁtﬁgﬁ' o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.10~0.25 0.07~0.15 0.08~0.18 0.10~0.25 0.07~0.15
INLZRE Ap (mm) 0.3~3.0 0.3~1.0 0.3~2.0 0.3~3.0 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
e
{ERSETIFBER : AXMT1705 For AXMT1705 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:lt:efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BY)ELRE fz (mm) 0.1~0.3 0.1~0.2 0.10~0.22 0.1~0.3 0.1~0.2
IIRE Ap (mm) 0.5~3.0 0.5~1.0 0.5~2.0 0.5~3.0 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 17 EJD EAESETIZ HEIRHER

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

INTHE Tk =5 S ESH T8 wE RIREEE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
Iﬁ:ﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
H R HRC<40 HRC40~55 = HRC<30 HRC<30
ardness
LIHIERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BIBERE fz (mm) 0.1~0.3 0.1~0.2 0.10~0.22 0.1~0.3 0.1~0.2
INLRE Ap (mm) 0.5~3.0 0.5~1.0 0.5~2.0 0.5~3.0 0.5~1.0
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l——léﬁ
X HNEIAT / Cutting formula : S(EBEEEE) = VCEIBIZER) X 1000/ D(IME) / ©(3.14)  FOEMEE) = f2(B7IEHE) X Z(TNH) X S(EHHEE)
M
Table 18 FSO EARLR I8 LRGSR
SHOULDER FACE MILLING CUTTERS- CUTTING CONDITION TABLE
INTAE x5 HEEE N R e BRaE
Material Carbon Hardened Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
I{i_F*Slmﬁ, S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
H T HRC<40 HRC40~55 — HRC<30 — HRC<30
ardness
HIHEIERE Ve 120~250m/min 50~100m/min 80~160m/min 120~250m/min 150~300m/min 50~100m/min
BYVELRE fz (mm) 0.05~0.15 0.03~0.10 0.04~0.12 0.05~0.15 0.05~0.15 0.03~0.10
INLREE Ap (mm) 0.3~8.0 0.3~6.0 0.3~8.0 0.3~8.0 0.3~9.0 0.3~6.0
X EFINTEE (Ae)EE = JME <80% © Ae |
s Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks érp

X tNHIAZ / Cutting formula : S(EBAEEEE) = Ve(HNEIZERE) X 1000/ D(IME) / ©t (3.14)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.

FOERERE) = f2(B7EMRE) X Z(T)¥) X S(EHEFE)
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 19 ETP/HTP/FTP EAE TR tIHIFHER

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIABYSE - TPMX1004 For TPMX1004 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁtﬁgﬁ' o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.08~0.20 0.05~0.12 0.05~0.15 0.08~0.20 0.05~0.10
INLZRE Ap (mm) 0.3~5.0 0.3~2.0 0.3~2.0 0.3~5.0 0.3~2.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
e
{ERSETIFBLER - TPMX1505 For TPMX1505 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:lt:efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BY)ELRE fz (mm) 0.12~0.30 0.10~0.18 0.1~0.2 0.12~0.30 0.10~0.18
IIRE Ap (mm) 0.5~5.0 0.5~2.0 0.5~2.0 0.5~5.0 0.5~2.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 20 EW390 EAZEERTIR LIRIRER

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

INTHE Tk =5 S ESH T8 wE RIREEE
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
Iﬁ:ﬂ"ﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
EE _
H HRC<40 HRC40~55 HRC<30 HRC<30
ardness
LIHIERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BIBERE fz (mm) 0.10~0.22 0.07~0.15 0.08~0.20 0.10~0.22 0.07~0.15
INLRE Ap (mm) 0.5~3.0 0.5~1.0 0.5~2.0 0.5~3.0 0.5~1.0
X EIFEIMNTEE (Ae)ZE = IME <80% © Ae
st Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks l—l—_lérp

X HHIATE / Cutting formula : S(EEEFEE) = Vc(LIHIZEE) X 1000 / D(5H

&

)/ 7 (3.14)

FOEARERE) = f(B7ERSE) X Z(TI#) X S(EHEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m ERT/HRT / FRT B RIS TI1E HIMIGEHE

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSETIABYSE - ANRT0702 For ANRT0702 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:g:iraﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.08~0.20 0.05~0.13 0.05~0.15 0.08~0.20 0.05~0.12
INLZRE Ap (mm) 0.3~2.0 0.3~1.0 0.3~2.0 0.3~2.0 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
-
{ERETIFBER : ANRT1003 For ANRT1003 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BY)ELRE fz (mm) 0.10~0.22 0.07~0.15 0.08~0.18 0.10~0.22 0.07~0.15
IIRE Ap (mm) 0.5~2.0 0.5~1.0 0.5~2.0 0.5~2.0 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. -+
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m EAD/ HAD / FAD ESRE S48 Ikl

SHOULDER MILLING CUTTERS- CUTTING CONDITION TABLE

{ERASE TR BYSE - ADMT0602 For ADMTO0602 Inserts

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁaﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.08~0.20 0.05~0.13 0.05~0.15 0.08~0.20 0.05~0.13
INLZRE Ap (mm) 0.3~2.0 0.3~1.0 0.3~2.0 0.3~2.0 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
-
{ERTIFBLEE : ADMT10T3 For ADMT10T3 Inserts
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a?efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
HIEIEE Ve 100~250m/min 50~100m/min 80~160m/min 100~250m/min 50~100m/min
BYNELRE fz (mm) 0.10~0.22 0.07~0.15 0.07~0.18 0.10~0.22 0.07~0.15
IIRE Ap (mm) 0.5~2.0 0.5~1.0 0.5~2.0 0.5~2.0 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ?

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m EBCM / HBCM SRR TS (MG 1R

HIGH PRECISION- BALL NOSED CUTTERS- CUTTING CONDITION TABLE

ITAE e S A SRE S s i SEEE
Material Carbon Alloy Hardened Stainless Cast Aluminum
Steels Steels Steels Steels Iron Alloys
TSR Al
Material Code S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 FC,FCD 5052/6061/7075
@ Hardness HRC<30 HRC30~45 HRC45~55 = HRC<30 =
LIHIERE Ve 100~250m/min 80~150m/min 50~120m/min 80~160m/min 100~200m/min 150~300m/min
S4B Diameter SWERES SRR f SRR SRR f SRR f SRR f
(mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
8~16mm 0.3~0.6 0.25~0.60 0.2~0.5 0.25~0.60 0.3~0.6 0.3~0.7
20~32mm 0.35~0.70 0.30~0.65 0.25~0.55 0.25~0.70 0.5~0.8 0.35~0.70
Ap=0.05D Ap=0.04D Ap=0.05D Ap=0.05D Ap=0.05D
e Ae=0.15D .IAp Ae=0.1D Ae=0.15D Ae=0.15D Ae=0.15D
Remarks

X HHIZATC / Cutting formula : S(EBREEEE) = Ve(HNEIEE) X 1000/ D(IMZ) / 7t (3.14)

FOERERE) = (SEIERE) X S(EMEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 24 EWP / FWP S RISE TR tIMIISHR

HIGH FEED MILLING CUTTERS- CUTTING CONDITION TABLE

{ERSE TR B9 - WP26339R14 For WP26339R14 Inserts

e N feia Pty
?\EI;E:?E Carbon Stainless Cast High Temp
Steels Steels Iron Alloys
Ma:tEj:iFaﬁ;#oL o S35C,S45C,S50C SUS304 FC,FCD Ti-6Al-4V
Haﬁiss HRC<40 = HRC<30 HRC<30
tIHIZERE Ve 100~250m/min 80~160m/min 100~250m/min 50~100m/min
BIJELRE fz (mm) 0.3~1.5 0.3~1.2 0.3~1.5 0.3~1.0
INTEE Ap (mm) 0.4~1.5 0.4~1.0 0.4~1.5 0.4~1.0
X ESEINTERE (Ae)Ei# = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
e
{EFRS I 85 : WP26379R25 For WP26379R25 Inserts i
52
T s A5 i AR fex
Material Carbon Stainless Cast High Temp ﬁ:
Steels Steels Iron Alloys i%
Ma?eﬁ:aﬁfde $35C,845C,S50C SUS304 FC,FCD Ti-6Al-4V %
Haﬁi - HRC<40 — HRC<30 HRC<30 =]
|
LIHIEE Ve 100~250m/min 80~160m/min 100~250m/min 50~100m/min
BIELRE fz (mm) 0.3~1.5 0.3~1.2 0.3~1.5 0.3~1.0
IIRE Ap (mm) 0.4~2.0 0.4~1.5 0.4~2.0 0.4~1.5
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ?

X tNHIAT / Cutting formula : S(E#EFEE) = V(HIHIZEE) X 1000/ D(FME) / 7 (3.14) FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)
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1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

m HBWP B A% TEE AT EIMIE 5

BALL NOSED CUTTERS- ROUGHING- CUTTING CONDITION TABLE

{ERSE TR BYSE - WP26339R14 For WP26339R14 Inserts

Tk =5l BNt fe ] =Saa
?\ﬂi:ﬁf Carbon Stainless Cast High Temp
Steels Steels Iron Alloys
M Iﬂ:ﬂ"ﬁ S35C,S45C,S50C SUS304 FC,FCD Ti-6Al-4V
aterial Code
@ HRC<40 = HRC<30 HRC<30
Hardness
HIHEIZEE Ve 100~250m/min 80~160m/min 100~250m/min 50~100m/min
AIR . " _ %
STIERLE fz (mm) 0.16~0.30 0.08~0.14 0.16~0.30 0.08~0.12
BIF ~ " " "
BYVELRE fz (mm) 0.2~0.4 0.10~0.18 0.2~0.4 0.10~0.18
A TR : Ap=0.50D, Ae = 0.50D
B IF : Ap = 0.25D, Ae = 0.25D
st L
= A
Remarks Ap — 2 P
1 Ae > Ae
=1 {EFRS I 85 : WP26379R25 For WP26379R25 Inserts
5Z
fi% BT HER A5 = A
ﬁ: Material Carbon Stainless Cast High Temp
% Steels Steels Iron Alloys
= M Iﬂiﬂyﬁ S35C,S45C,S50C SUS304 FC,FCD Ti-6Al-4V
% aterial Code
= B HRC<40 — HRC<30 HRC<30
Hardness
| |
HIEIEE Ve 100~250m/min 80~160m/min 100~250m/min 50~100m/min
ATIF " N " "
STHERLE fz (mm) 0.20~0.35 0.08~0.15 0.20~0.35 0.08~0.12
BIF
FTELRE fz (mm) 0.25~0.45 0.1~0.2 0.25~0.45 0.1~0.2
Q ATIFR : Ap=0.50D, Ae = 0.50D
= B I : Ap=0.25D, Ae = 0.25D
=
« / y
(@) fidat Ap
g Remarks Ap — 2
[ N
g_ Ae Ae
=
_|
% X tHIZATC / Cutting formula : S(EBREHE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14) FOERERE) = fz(B7BERE) X Z(E) X S(EHMIFE)
(%)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 26 ERD / HRD / FRD ElA&! #7118 tIHIRER

CORNER ROUNDING MILLING CUTTERS- CUTTING CONDITION TABLE

% 4MZ = 10mm Diameter = 10mm

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁaﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.1~0.6 0.08~0.30 0.08~0.30 0.1~0.6 0.08~0.30
INLZRE Ap (mm) 0.3~1.5 0.3~1.0 0.3~1.5 0.3~1.5 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
-
% 4MZ > 10mm Diameter > 10mm
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:lt:efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
LIHIEE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BYNELRE fz (mm) 0.15~0.80 0.1~0.3 0.15~0.40 0.15~0.80 0.1~0.3
IIRE Ap (mm) 0.5~1.5 0.5~1.0 0.5~1.5 0.5~1.5 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ﬁ)

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 27 ERP /HRP / FRP E|A&## /112 tIEIR4R

CORNER ROUNDING MILLING CUTTERS- CUTTING CONDITION TABLE

% 4MZ = 10mm Diameter = 10mm

ITHE fix s SEESE N wHE =Rs
Material Lalibon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M aﬁﬁaﬁf o S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
R HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
tIHIZERE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BYVELRE fz (mm) 0.1~0.6 0.08~0.30 0.08~0.30 0.1~0.6 0.08~0.30
INLZRE Ap (mm) 0.3~1.5 0.3~1.0 0.3~1.5 0.3~1.5 0.3~1.0
X EHEINTEE (Ae) i = JME <80% © Ae
fissx Recommended cutting width(Ae) for face milling is less than 80% of diameter. 4
Remarks Ap
-
% 4MZ > 10mm Diameter > 10mm
ITHE fix s SEESE N bt =Bas
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M a:lt:efi‘:aﬁ;‘l(f . S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
BE HRC<40 HRC40~55 = HRC<30 HRC<30
Hardness
LIHIEE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 50~100m/min
BY)ELRE fz (mm) 0.15~0.80 0.1~0.3 0.15~0.40 0.15~0.80 0.1~0.3
IIRE Ap (mm) 0.5~1.5 0.5~1.0 0.5~1.5 0.5~1.5 0.5~1.0
X EHEINTEE(Ae)EE = JME <80% © Ae |
sk Recommended cutting width(Ae) for face milling is less than 80% of diameter. +
Remarks ?

X HHIZATC / Cutting formula : S(EBHEFE) = Ve(HNBEIEEE) X 1000/ D(IMZ) / 7t (3.14)

FOEARERE) = f(BTERE) X Z(7)¥) X S(XHFE)

1. BEINT SRS - AR EHEEE(S) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BWAEEARAR - 5 ELREE(F) (10~40%) ° When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3.

R

EEXMEH KN - FEARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D FBisRERE - EENGRGDEREESIRR  ICARRE - BRANRSK - SmoE# o

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 28 ETCC/FTCC- TEY#% 7112 thEEHER

T-SLOT MILLING CUTTERS- CUTTING CONDITION TABLE

INTHE fix=i N = = RIREEE
Material Carbon Stainless Cast Aluminum High Temp
Steels Steels Iron Alloys Alloys
Iﬂ:*ﬂ"ﬁ S35C,S45C,S50C SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
s HRC<40 — HRC<30 — HRC<30
Hardness
LIHIERE Ve 70~120m/min 50~150m/min 70~120m/min 100~200m/min 40~80m/min
BYELRE fz (mm) 0.02~0.10 0.02~0.08 0.02~0.10 0.05~0.10 0.02~0.06
fidsE
Remarks
X HIBIAT / Cutting formula @ S(E#EFE) = Ve(HNHIZERE) X 1000/ D(FME) / T (3.14) FOERERE) = fz(B7ERE) X Z(7E) X S(EHIFE)
E N
Table 29 EDDC IS RIS T2 tEIG4GR
DOVETAIL CUTTERS- CUTTING CONDITION TABLE
AT A fix s 5 FE5e] = =SRas
Material Carbon Stainless Cast Aluminum High Temp
Steels Steels Iron Alloys Alloys
Iﬁ#ﬂmﬁ. S35C,S45C,S50C SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
il HRC<30 — HRC<30 — HRC<30
Hardness
HIHEIERE Ve 70~120m/min 50~100m/min 70~120m/min 100~200m/min 40~80m/min
BYVELRE fz (mm) 0.02~0.10 0.02~0.08 0.02~0.10 0.05~0.10 0.02~0.06
fidsE
Remarks

X HHIZATL / Cutting formula : S(EEREEEE) = Ve(LNHEIEEE) X 1000/ D(IME) / 7t (3.14)

FOELREE) = fz2(B7EMRE) X Z(7H) X S(EHIEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

Table 30

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{EI#ENNT Side Milling

CHS / CHCR §87F 3t~ S22085 #7158 47) tDHEIRER

ITHE fix s Al SR % fRa®
Material Carbon Alloy Hardened Stainless Aluminum
Steels Steels Steels Steels Alloys
TRk
. S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 /7075
Material Code
R HRC<20 HRC20~30 HRC30~45 = =
Hardness
tIHIZERE Ve 120m/min 100m/min 65m/min 65m/min 170m/min
S S F S F S 7 S = S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
8mm 4,780 1,000 3,980 800 2,590 520 2,590 620 6,770 1,090
10mm 3,810 920 3,190 770 2,070 420 2,070 500 5,420 870
12mm 3,190 770 2,660 640 1,730 350 1,730 420 4,520 730
16mm 2,390 580 1,990 480 1,300 260 1,300 320 3,390 550
20mm 1,910 450 1,600 390 1,040 210 1,040 250 2,710 440
25mm 1,530 370 1,280 310 830 170 830 200 2,170 350
Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae
st Ae=0.15D - |Ae=0.15D 0 ae=0.1D - |Ae=0.1D 1 ae=02D L
Remnarks Ap Ap Ap Ap Ap
T T T T T
Ml BT Slot Milling
52
1|7" ITHE fix s AEi SRS N RaE
ﬁ: Material Carbon Alloy Hardened Stainless Aluminum
% Steels Steels Steels Steels Alloys
- TR
Materi S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 /7075
% aterial Code
=l . B HRC<20 HRC20~30 HRC30~45 — —
ardness
| |
LIHIEE Ve 90m/min 70m/min 50m/min 50m/min 150m/min
S S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
8mm 3,590 720 2,790 560 1,990 320 1,990 400 5,970 900
= 10mm 2,870 600 2,230 450 1,600 250 1,600 320 4,780 720
=4 12mm 2,390 500 1,860 380 1,330 220 1,330 270 3,980 600
%" 16mm 1,800 380 1,400 280 1,000 150 1,000 200 2,990 450
«
o 20mm 1,440 300 1,120 230 800 130 800 150 2,390 360
8 25mm 1,150 250 900 180 640 100 640 130 1,910 290
= = = = = =
g_ s Ap=0.3D 4 Ae FL Ap=0.3D | Ae ‘RJL Ap=0.1D 4 Ae FL Ap=0.25D | Ae ‘RJL Ap=0.3D 4 Ae FL
=) Rem:lrks Ap Ap Ap Ap Ap
— T T T T T
=
o) X tHIZATL / Cutting formula : S(EEREEEE) = Ve(HNEIEEE) X 1000/ D(IME) / 7t (3.14) FOREAREE) = Z(B7EHRE) X Z(E) X S(EHIFE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




tIEIF R [ #tA1 ]

RECOMMENDED CUTTING CONDITION TABLE

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

CHB $85F3(- S22085 S ER B E% J]58 47 HIHEIRER

INTHE fix=i =k BE=E ) N meE
Material Carbon Alloy Hardened Stainless Aluminum
Steels Steels Steels Steels Alloys
T 5%
h S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 /7075
Material Code
H s HRC<20 HRC20~30 HRC30~45 — —
ardness
HIHEIERE Ve 120m/min 100m/min 65m/min 65m/min 170m/min
- S F S F S F S F S F
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4.0R 4,780 1,440 3,980 1,200 2,590 520 2,590 650 6,770 1,700
5.0R 3,810 1,150 3,190 960 2,070 420 2,070 520 5,420 1,470
6.0R 3,190 960 2,660 800 1,730 350 1,730 440 4,520 1,360
8.0R 2,390 720 1,990 600 1,300 260 1,300 330 3,390 1,020
10.0R 1,910 580 1,600 480 1,040 210 1,040 260 2,710 820
12.5R 1,530 460 1,280 390 830 170 830 210 2,170 650
Ap=0.05D Ap=0.04D Ap=0.05D Ap=0.05D
et Ae=0.15D T Ap Ae=0.1D Ae=0.15D Ae=0.15D
Remarks Ae

X tNEIAT / Cutting formula : S(EEHEEE) = Ve(HNEIERE) X 1000/ D(9ME) / ©t (3.14)

EMIBSREF

553 EEMEEE(S) (10~40%) = When the sound is piercing, please lower the spindle speed(S) (10~40%).

1.

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BEXMEE KA - F5AMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D EEIBAEEE  EENRHNERBEIRR - FWARRE - BBRARSR - S -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.

FOERRERE) = f(BTEAE) X Z(T)¥) X S(EHIFE)
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FRITE 4

TECHNICAL DATA

[ S &2 (] #3188 % INSERT CHIP BREAKER COMPARISON TABLE

SOMB | mrmm | mrmm | == | mx | smws | m& | Bu | WEsR | S8 | RER
Group Application | CMTec | Mitsubishi | Sumitomo | Tungaloy | Kyocera Hitachi Sandvik |Kennametal | TaeguTec
FH FA TF GP QF FF FA
BT
FS, FY FL NS, ZF XP FE EA, SF,FC
TS, AS,
SP SH,C SuU TSF HQ CE,B PF FG
SA, SY LU NM, ZF, 11| XQ, CQ BE FN FC, ML
FFENT
Sw LUW |ASW, AFW| WP, WQ WF FW wWs
SX ZM, 27 XS AB, CT LF
MP MA, MV GU TM™M, 37,38 | HS,PS AH PM,QM | MP, MG MT, PC
=]
Aﬁﬂy T MG, RG VIH Ux DM CS,GS ,PT| AE,AY SM VN RT
Steels
MW GUwW WM MW WT
\ RP GH MU TH, 51 HT, GT RE, AR MG, PR RP, RN
T
MT MX MT
HA, HZ, MM, PR,
& HP HX, HBS HG TU, 57 HX TE, UE QR RM, MR RH
mﬁ HH, HXD HP 65 H HR RH RH, HZ
& BT
*4 HV HU HE HY
HCS HW HX
&L SH, C SuU SS GU SE MF FP FG
MM MS EX SA SuU DE 23 MS EM
— M T
kD EN i MM, PR,
;5' Stainless = S al QR L
g- Steels
5 ES HM S ST VF
g. T
RP GH MU CM, 33 HR RT
K uz GC Vv KF UN
b b2 T
Castlron RP GH ux zs RE KM, KR um RT




FRITE 4

TECHNICAL DATA

#t 7] A 14 E S8R MILLING INSERT GRADE COMPARISON CHART

ISO #1585
Material
Group

P
8
Alloy
Steels

M
N7
Stainless
Steels

K
FEt
Cast Iron

ISO AR il == = v ¥R RITE REF HER
ISO Code CMTec Mitsubishi Hitachi Sumitomo Tungaloy Korloy TaeguTec
T PC2005
P10 JP4115 ACP100 PC2010 TT2510
f&
Hard
JP4020
P20 CM6022 MP6120 JP4120 ACP200 2:128 Eggggg TT7080
CM6032 VP15TF CP9020 TT7030
AH330 PC2510
CY150
VP15TF AH725
JS4045
MP6120 ACP300 AH130 TT9080
P30 chiciee MP6130 %\:{22550 ACP3000 AH140 HEE TT9030
VP30RT AH730
L
Soft
JS4060
AH140 TT8080
f P40 CM6143 VP30RT JS4160 AH3035 PC5400 TT8020
JX1060
) ACM100
Byl ACK300
fig
Hard
VP15TF AH725
M20 CM6032 MP7130 JP4020 ACM200 AH120 PC210F TT9080
MP7140 JP4120 ACP200 AH330 PC5300 TT9030
VP20RT GH110
Mpriao | 954045 | jcveno | Amtse TT8080
MEL SLIEE MP7140 %\;22550 ACP200 AH730 Heel TT8020
VP30RT GH130
13
Soft
AH140
MP7140 ACP300 PC5400
M40 CM6143 JM4160 AH3135
l VP30RT ACM300 AH4035 PC9540
AH110
K01 MP8010 A:I'_I':?’SOOSD GH110
AH330
AH110
AH120
TH3015 TT7515
K10 CM6022 MP8010 CY100H GH110 PC6510 TT6080
AH725
AH330
CY150
VP15TF ACK200 TT7515
K20 CM6032 VP20RT JP4120 ACK300 GH130 TT6080
CY9020
VP15TF CY250
K30 CM6143 VP20RT JS4045 ACK300 PC5300 TT3080

fl
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—
®
o
>
=]
o
Q
)
Q
=
Q




FRITE 4

TECHNICAL DATA

#t 7] A 14 E S8R MILLING INSERT GRADE COMPARISON CHART

SOMEL | 150 mies TR | SR | OEE =7 I B
Group ISO Code CMTec Sandvik Iscar Kennametal SECO Walter
. 1C903 KC715M V‘\’,V'?PPZZ;S
P10 GC1010 1C4100 KC930M IS
Ny 1C4050 KC935M WK%
Hard
gg]ggg 1C8080 KC715M -
P20 CM6123 IC810 KC930M WSM20
GC1130 MP3000
IC380 KC935M
GC2030
i
Alloy GC1010
Steels S 1C830 KC735M F30M WSM30
P30 CM6133 oy 1C928 KC530M FA0M o
oy 1C330 KC537M MP3000
g
2ol GC2030 KC735M F4OM WKP45
. P40 CM6143 GC1030 KC537M oo WP45S
GC1130 KCPMA40 WSP45
1 GC1025 KC715M
20D GC1030 e KC515M
[i:d
Hard
~__ GC1025 KC635M
V120 CM6123 GC1030 1C908 KC730M F25M WSM35
" CM6023 GC1040 1C928 KC525M MP3000 WXM35
GC2230 KCPM40
55
Stainless KC530M
Steels
CM6133 S (Geis KC537M e WSM35
M30 Chooss GC1040 IC330 Vet F40M M
H GC2230 1C830 kv MP3000
G &
E Soft
IC328
£l CM6143 WSP45
M40 1C300 F40M
! CM6043 oo WSM45S
K01
KC514M
1C350 KC515M
= K10 CM6123 GC1010 oo oo MK1500 WAK15
S K KC635M
= e
Q. Cast Iron KC514M
MK1500 WAK15
5 K20 CM6133 ggggg '%5;3000 ﬁgm i MK2000 WKK25
y AL T150M WKP25S
KC620M
:gggg KC522M
KC725M MK2000 WKP35S
K30 CM6143 GC1020 1C910 oot 2050 WhEos
i KC735M
1C950
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EmiEIER

PRODUCT SELECTION TABLE

iSMEAK IR
Carbide
Chamfering
Inserts

SINRERIAMTI JIREmEER
Multipurpose Single-Sided
Chamfering Inserts

JIREEFEA
BimmT Single-Sided
Chamfering
Inserts
¢ 15~50
LCL
SMMInE 1%
Carbide
Vibration Holder
¢8~32 ©11.7~31.5

spiasu| Bulisjwey) apigien

TIEIRGR
Chamfering
Condition Table

P.149~150




i ) E T Y

CARBIDE CHAMFERING INSERTS

47 Alloy Steels ©lo|o|o |- © : E—H7 First Recommend
i “ A §58 Stainless Steels ©| 6|06 |06 |— O : B3R Second Recommend
T $E3% Cast Iron ©lo|lo o - — : TR NO Recommend
g $255E Aluminum Alloys o|l—-|—-|—-]® F : #810L Finishing
P _ S : 4EMNT Semi Finishing
=iRAasE HighTempAlloys | O | O | © | © M : ST Medium
sAE M Hardened Steels R : 48/ T Roughing

+1E81% Grade R=F Dimension (mm)
R IB AR SR 2|z |2 71R 2D
Order No. Drawing
FERREIAIT ~ BRI - B8 VEIT - 2T [ DREREA]
Chamfering & Countersinking, Spotting, V-Grooving, Engraving [ Single-Sided Inserts] .
— SCGX09T304-AG ® |9.53/9.53397| 04 | 44
Fls|m|R
SCGX09T304-FG [} 9.5319.53|3.97| 04 | 4.4 .
|
- «B d1i
E @ i @ | Ej 143
A S
Fls|m|R S
n SCMX09T304-SM [ J 9.53|9.53|3.97| 04 | 4.4
| Il
Fls|m[R _—
TCGX16T308-AG ® 165 — [397| 08 | —
Fls|m|R s
TCGX16T308-FG [ J 16.5| — |3.97| 08 | — ﬁm
N a
@ Pl 144 %
A S E
Fls|m|R H %
TCMX16T308-MP [} 165 — (397 0.8 | — FII-
és
Fls|m|R
N DCEX11T301-XF [ J - — 13.97| 01 -
@) 4 DCEX11T302-XF ° - | = [307] 02 -
DCEX11T304-XF [ J - - |397| 04 | — N g(?
Fls|m|R >
145 o
DCEX11T304-XR [ ] - — |397| 04 | — L»J ()
6 DCEX11T308-XR [ ] - - |397| 08 | — S g_%)
o 3
@
A0 :
P> IBIE#SR Chamfering Condition Table — Page : P.149 =
?
@
O
w
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CARBIDE CHAMFERING INSERTS

R FBHRER

Order No.

FERREENT (DREmER] -

R

Chamfering [ Single-Sided Inserts] .

e ey el ©le|© © : EE—H#ERE First Recommend
“ A58 Stainless Steels ©| 0|06 O : S8k Second Recommend
" $584 Cast Iron ©| 0|0 — ¢ FHER% NO Recommend
#2E % Aluminum Alloys - =] - F : #6810 L Finishing
P S : 4EMNT Semi Finishing
=iR&E High TempAlloys | O | © | © M : 1T Medium
:RE M Hardened Steels R : #8/1T Roughing

~J Dimension (mm)

71 2D
Drawing

T| SPMG050204MG | ® | @ | ® 500 — |2.38] 0.4 [2.30
F \ s \ M \ R
T| SPMG060204MG | ® | ® | ® 6.00| — |2.38| 0.4 |2.65
® B
i~
F \ s \ M \ R
7| spmGorT308-MG | @ | @ | @ 7.94| — |397] 0.8 |2.85
b4
Lol
F \ S \ M \ R
T spmGooo4os-MG | @ | @ | @ 9.80| — |430] 0.8 405 —
[ i N
= . 110
A s
F s [m] R 2
SPMGO090408-RG | ® | ® | ® 9.80| — |4.30| 0.8 |4.05
F
SPMG110408-MG | ® | ® | ® 15| — |480| 08 |4.45
F
SPMG110408RG | ® | ® | ® 115| — |4.80| 0.8 |4.45
F \ s \ M \ R

146

P> IBIE#ESR Chamfering Condition Table — Page : P.150




ECSC =I)EeRIB & H#IIF

MULTIPURPOSE- CHAMFERING TOOLHOLDERS- ECSC

k] 01

RIFE4RS BielR
Order No. = Insert
ECSC09-01013-100L 13 29 100 10 1
ECSC09-01013-100L-12 13 29 100 12 1
SCGX..09T3.. 153520 ETE15
ECSC09-01013-100L-16 | 13 29 | 100 | 16 1 |SCMX..09T3..
ECSC09-01013-150L-16 13 29 150 16 1
EIR(SMT BRI EEMT VAT BzImT BT
=Chamfering Spgtting X-Grooving Engraving Turning
=~
P> EZTIR Insert —> Page : P.141 P> 4% #ESR Chamfering Condition Table — Page : P.149

HCSC @

L |

&)
= lsamm e
= [t 01

©

Q

o
i

= z R~I Dimensions (mm) = RORF Screw Wrench
& RS g | REIR Single Open-end —f
Order No. Insert AN ([D .
Wrench
SCGX..09T3..
HCSCO09-01013 13 30 6.5 M6 1 SCMX..09T3.. TCO08 TS3520 ETF15
)= 169 0)) BA(R)MI 2y BIViEmT BEZIMT
Ehamfering Counters-inking Spgtting X—Grooving Engraving
P> 1BECTIR Insert — Page : P.141 P> k&SR Chamfering Condition Table — Page : P.149
P> $E8HiET]18 Carbide Anti-Vibration Holder — Page : P.147~148
fixZ= 5 axi HEH 5 55 REE BRE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © @] — © © © @]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend

i o &% HE Hy 2R

slapjoyjoo| Bulsjweys




ECTCX £IIgeffIE 2 /17

MULTIPURPOSE- CHAMFERING TOOLHOLDERS- ECTCX

10.68mm

] o1

SRS IR R~f Dimensions (mm) 7]): BRI
Order No. BE Insert
Teeth
ECTCX16-01020-120L 20 - 120 | 20 1 | TCGX16T3.. as521 Cres
ECTCX16-01020-150L 20 - 150 | 20 1 | TCMX16T3..

/

i O S HE HY 2R

EEMT BAVEMT Rz T HHIMT

EAG)MT BRI

(@]
>
)
3 Chamfering Countersinking Spotting Engraving Turning
> = 5 . =
= ’s <
: S| <P
«Q
3
=k P> EZTIR Insert —> Page : P.141 P> ISR Chamfering Condition Table — Page : P.149
=2
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.
)
=
»
fir = 28 =i e e =8 b=k =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © O — o © © O

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




ECDC =I)EeffIB & H#IIF

MULTIPURPOSE- CHAMFERING TOOLHOLDERS- ECDC

] o1

sTREiESE R~F Dimensions (mm) Vil BETE

Order No. BE

Teeth T

ECDC11-01012-060L
ECDC11-01012-100L 12 - 100 12 1

DCEX11T3.. TS3520 ETF15

i o &% HE Hy 2R

Rz T HHIMT

BRI EEMT BAVEMT

EAG)MT

(@]

=r

)

Counters-inking Spgtting X-Grooving Engraving Turning 3

Q' % Q n\ C_—D:
<SS 2

«Q

3

P> EZTIR Insert —> Page : P.141 P> 4% #ESR Chamfering Condition Table — Page : P.149 =X
=3

X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design. %
@

-

w

fir = 28 =i e e =8 b=k =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © @] — @] © — @]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




ECSP F|@ & /ItF

CHAMFERING TOOLHOLDERS- ECSP

[ue] 02

STREESE R~ Dimensions (mm) ;Jii EETIE Screw
Order No. Tefh Insert N (@
ECSP05-02015-120L 15 | 8.26 | 20 10 | 120 | 12 2
ECSP05-03017-150L 17 |10.26| 25 11 | 150 | 16 3
SPMG0502.. TS2003 ETFO06
ECSP05-03019-150L 19 |12.26| 30 13 | 150 | 16 3
ECSP05-04024-150L 24 |17.26| 35 18 | 150 | 20 4
ECSP06-03022-120L 22 |13.85| 30 16 | 120 | 16 3 SPMGO0602.. TS2205 ETF06
ECSP07-03027-120L 27 |16.44| 30 17 1120 | 20 3 SPMGO7T3.. TS2511 ETF08
ECSP09-02030-150L 30 |16.80| 40 19 | 150 | 20 2
ECSP09-03040-150L 40 |26.80| 40 | 29 | 150 | 25 3 SPMGO0904.. TS3504 ETF15
ECSP09-04050-150L 50 |36.80| 40 | 39 | 150 | 25 4

/

i O S HE HY 2R

(@]
>
Q EAGS)MI BB (R)MT
3 _Chamfering Countersinking
— i —J
1 &
- ¢ b @ 6
5 \’ ’
«Q
3
=k P> ETIR Insert — Page : P.142 P> ISR Chamfering Condition Table — Page : P.150
=2
% X BUgEIzE -C A 7KFLEEET o Product number end in -C are coolant-through design.
)
=
»
fixZ= 5 axi e e =8 b=k =aa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
PR E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © @] — © © — (@]

O : E—HE First Recommend O : & Second Recommend — @ A #E NO Recommend




IR JITE

CARBIDE ANTI-VIBRATION HOLDER

LCL

e ————————— 1o

sTHEIESE R~ Dimensions (mm)
Order No. 247 Thread

LCL008-060L M4 X 0.7 8 4.5 60

LCL008-100L M4 X 0.7 8 4.5 100

LCL008-120L M4 X 0.7 8 4.5 120

LCL010-075L M5 X 0.8 10 5.5 75

LCL010-100L M5 X 0.8 10 5.5 100

LCL010-150L M5 X 0.8 10 5.5 150

LCL012-075L M6 X 1.0 12 6.5 75

LCL012-100L M6 X 1.0 12 6.5 100

LCL012-150L M6 X 1.0 12 6.5 150

LCL012-200L M6 X 1.0 12 6.5 200

LCL016-100L M8 X 1.25 16 8.5 100

LCL016-150L M8 X 1.25 16 8.5 150 /

LCL016-200L M8 X 1.25 16 8.5 200

LCLO016-250L M8 X 1.25 16 8.5 250

LCL020-100L M10 X 1.5 20 10.5 100

LCL020-150L M10 X 1.5 20 10.5 150

LCL020-200L M10 X 1.5 20 10.5 200 ﬁu

LCL020-250L M10 X 1.5 20 10.5 250 E

LCL020-300L M10 X 1.5 20 10.5 300 %‘l—;

LCL025-100L M12 X 1.75 25 12.5 100 7]

LCL025-150L M12 X 1.75 25 12.5 150 *E

LCL025-200L M12 X 1.75 25 12.5 200

LCL025-250L M12 X 1.75 25 12.5 250

LCL025-300L M12 X 1.75 25 12,5 300

LCL032-100L M16 X 2.0 32 17.0 100

LCL032-150L M16 X 2.0 32 17.0 150

LCL032-200L M16 X 2.0 32 17.0 200 o

LCL032-250L M16 X 2.0 32 17.0 250 ~

LCL032-300L M16 X 2.0 32 17.0 300 3..,
z
>
@
_|
o
=k
=
=X
o
)
-
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SBEEIINE - B

CARBIDE ANTI-VIBRATION HOLDER- NECK

LLcr

sTHEIESE R~ Dimensions (mm)
Order No. 1847 Thread TE d
LCNO011-075L-030E M6 X 1.0 11.7 6.5 30 75 12
LCNO011-100L-040E M6 X 1.0 11.7 6.5 40 100 12
LCNO011-150L-050E M6 X 1.0 11.7 6.5 50 150 12
LCNO015-100L-040E M8 X 1.25 15.7 8.5 40 100 16
LCNO015-150L-050E M8 X 1.25 15.7 8.5 50 150 16
LCNO019-100L-040E M10 X 1.5 19.5 10.5 40 100 20
LCNO019-150L-050E M10 X 1.5 19.5 10.5 50 150 20
LCN019-200L-060E M10 X 1.5 19.5 10.5 60 200 20
LCN024-100L-040E M12 X 1.75 24.5 12,5 40 100 25
LCN024-150L-050E M12 X 1.75 24.5 12.5 50 150 25
LCN024-200L-060E M12 X 1.75 24.5 12,5 60 200 25
\ LCN024-250L-080E M12 X 1.75 24.5 12,5 80 250 25
LCNO031-100L-040E M16 X 2.0 31.5 17.0 40 100 32
LCN031-150L-050E M16 X 2.0 31.5 17.0 50 150 32
LCN031-200L-060E M16 X 2.0 315 17.0 60 200 32
LCN031-250L-080E M16 X 2.0 315 17.0 80 250 32
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tIRIF = [ AIEMNT ]

RECOMMENDED CHAMFERING CONDITION TABLE

Table 01

INDEXABLE TOOLS- MULTIPURPOSE- CHAMFERING CONDITION TABLE

ECSC/HCSC/ECDC / ECTCX ZIsefIEEEE T2 tNEIIEHER

MIAR fElEINT
Cutting Mode Chamfering
IME fix s Al N e fRa®
Material Carbon Steels Alloy Steels Stainless Steels Cast Iron Aluminum Alloys
Iﬁﬂsﬁ' S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075
Material Code
R HRC<20 HRC20~30 = HRC<30 =
Hardness
LIHIERE Ve 150~300m/min 100~250m/min 60~120m/min 150~250m/min 150~350m/min
SERES 0.15~0.20mm/rev 0.1~0.2mm/rev 0.1~0.2mm/rev 0.15~0.25mm/rev 0.15~0.30mm/rev
e Ap=0.5~1mm Ap=0.5~1mm Ap=0.5~1mm Ap=0.5~1mm Ap=0.5~1mm
fEIE ~ Ae |- ~ Ae |-, ~ Ae |- — Ae |- ~ Ae |-
Cutting Amount
(mm) Ap Ap Ap Ap Ap
MIAR ERINT
Cutting Mode Spotting
IItE fix s Al N wHE fRa®
Material Carbon Steels Alloy Steels Stainless Steels Cast Iron Aluminum Alloys
IT&.FHEE' S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075
Material Code
R HRC<20 HRC20~30 = HRC<30 =
Hardness
LIHIEE Ve 60~250m/min 50~200m/min 60~120m/min 100~200m/min 100~300m/min
SEERES 0.05~0.10mm/rev 0.04~0.06mm/rev 0.03~0.06mm/rev 0.05~0.10mm/rev 0.05~0.10mm/rev
e Ap=5.5mm Ap=5.5mm Ap=5.5mm Ap=5.5mm Ap=5.5mm
e ~ Ae |- — Ae |-, ~ Ae |- — Ae |-, ~ Ae |-
Cutting Amount Ap Ap Ap Ap Ap
(mm)
MIAR BAVIENT
Cutting Mode V-Grooving
IIME fix =3 Al N wHE fRa®
Material Carbon Steels Alloy Steels Stainless Steels Cast Iron Aluminum Alloys
IT&.FHEE' S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075
Material Code
s HRC<20 HRC20~30 = HRC<30 =
Hardness
HIHIZRE Ve 60~250m/min 50~200m/min 60~120m/min 100~200m/min 100~300m/min
SEERES 0.05~0.07mm/rev 0.04~0.06mm/rev 0.03~0.06mm/rev 0.05~0.07mm/rev 0.05~0.07mm/rev
e Ap=5.5mm Ap=5.5mm Ap=5.5mm Ap=5.5mm Ap=5.5mm
fEIE ~ Ae |- — Ae |-, ~ Ae |- — Ae |-, ~ Ae |-
Cutting Amount Ap Ap Ap Ap Ap
(mm)
MIAR BEZIANT
Cutting Mode Engraving
MIME fix 5 Azl Nt w8 fRa®
Material Carbon Steels Alloy Steels Stainless Steels Cast Iron Aluminum Alloys
IT&.FHE'F" S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075
Material Code
R HRC<20 HRC20~30 = HRC<30 =
Hardness
HIHIZEE Ve 60~250m/min 50~200m/min 60~120m/min 100~200m/min 100~300m/min
SEEREf 0.02~0.05mm/rev 0.02~0.03mm/rev 0.01~0.02mm/rev 0.02~0.05mm/rev 0.02~0.05mm/rev
e Ap=0.2~1mm Ap=0.2~1mm Ap=0.2~1mm Ap=0.2~1mm Ap=0.2~1mm
fEIE ~ Ae |- — Ae |- | ~ Ae |- — Ae |-, ~ Ae |-
Cutting Amount Ap Ap Ap Ap Ap
(mm)

X HIHIATE / Cutting formula : S(EBHEFE) = VC(HIEIEEE) X 1000/ D(FME) / 7 (3.14)

FOERERE) = (SMEIERSE) X S(EMEE)
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tIRIF = [ AIEMNT ]

RECOMMENDED CHAMFERING CONDITION TABLE

Table 02 ECSP EIEES 742 IEIEHR

INDEXABLE TOOLS- CHAMFERING CONDITION TABLE

INTAE fix =3 A TS = BREE
Material Carbon Alloy Stainless Cast High Temp
Steels Steels Steels Iron Alloys
M Iﬁﬂﬁ S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Ti-6Al-4V
aterial Code
@ HRC<30 HRC30~45 = HRC<30 HRC<30
Hardness
mrsz EEMmT
Cutting Mode Chamfering
HIHEIEE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 40~100m/min
MR BEREZ BERE fz BERE fz BERE fz BERE fz
Diameter (mm) (mm) (mm) (mm) (mm)
11~15mm 0.06~0.12 0.03~0.06 0.05~0.10 0.06~0.12 0.03~0.06
16~22mm 0.06~0.12 0.03~0.06 0.05~0.10 0.06~0.12 0.03~0.06
23~33mm 0.06~0.12 0.03~0.06 0.05~0.10 0.06~0.12 0.03~0.06
34~41mm 0.12~0.24 0.05~0.10 0.10~0.17 0.12~0.24 0.05~0.10
42~50mm 0.12~0.25 0.05~0.10 0.10~0.17 0.12~0.25 0.05~0.10
Ap=0.5~1.0mm A -
fissE e |
Remarks — |Ap
X HIBIA / Cutting formula : S(EBHEFE) = Vo(HIHIEERE) X 1000/ D(IME) / ©(3.14)  FOEMERE) = f(S7DEMAE) X Z(TH) X S(EHEE)
1 E MY
1] Table 03 ECTC HIAEISE TR tNEIRHR
H
{5 INDEXABLE TOOLS- CHAMFERING CONDITION TABLE
%Z ITHE fix s A N wHE e
Material Carbon Alloy Stainless Cast Aluminum
Steels Steels Steels Iron Alloys
LFPRISE S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075
Material Code ’ ’ : ! ’
H T HRC<30 HRC30~45 — HRC<30 —
ardness
MmIs= fElEInT
Cutting Mode Chamfering
Q. HIHIZERE Ve 100~250m/min 50~100m/min 80~180m/min 100~250m/min 150~350m/min
Y
?.. Mg BEEREf BIEERSf BEEREf BEERSf BEEREf
@ Diameter (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
53’ 20~25mm 0.06~0.12 0.03~0.06 0.05~0.10 0.06~0.12 0.12~0.25
g‘ 30~40mm 0.12~0.24 0.05~0.10 0.10~0.17 0.12~0.24 0.15~0.30
>
[}
=
o
=) Ap=0.5~1.0mm L he b
?,_" s * At
= Remarks Ap

X HHIAT / Cutting formula : S(EBIEEE) = VC(HIHIZEE) X 1000 / D(FME) / © (3.14) FOEARZEE) = f(SIEIELRE) X S(TMEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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CARBIDE DRILLING
INSERT SERIES

AFIER



EmiEIER
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5552871 F

CARBIDE DRILLING INSERTS

i Alloy Steels ©|lo|© © : EE—#RE First Recommend
1 A58 Stainless Steels ©| 0|0 O : S8k Second Recommend
T $58%, Cast Iron ©| 0|06 — @ F#EEE NO Recommend
g #8255 Aluminum Alloys - =] - F : ¥&0T Finishing
P S : 4EMNT Semi Finishing
=iRAa5E High TempAlloys | O | © | © M : 1T Medium
:RE M Hardened Steels : #8A0T Roughing

R~ Dimension (mm)

RIEARSR 2|2 7R 2D &

Order No. Drawing

FERREFINT ~ LT [ 7JFEmEEA] o Blind Hole Drilling & Through Hole Drilling [ Single-Sided Inserts ] .

T| SPMG050204-MG | ® | ® | @ 500 — |2.38| 0.4 |2.30
F \ s ] M \ R

T SPMG060204-MG C I ) 6.00] — |2.38| 0.4 |2.65
F \ s ] M \ R

T SPMGO7T308-MG | ® © | @ 7.94| — |3.97| 0.8 285

T| SPMG090408-MG | ® | @ | ® 0.80| — |430] 08 [405| —
11° !
A L§’f 160
Fls|m|R .
SPMGO090408-RG | ® | ® | @ 9.80| — |4.30| 0.8 |4.05 o
F )
SPMG110408-MG | ® | ® | ® 15| — |480| 08 |4.45

-n

s w

' T| SPMG110408-RG e o o 11.5| — 4.80| 0.8 |4.45

&
Fls|mlr =
B> 174l Drilling Condition Table — Page : P.164 s
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5552871 F

CARBIDE DRILLING INSERTS

/
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A EEEE ©je|® © : 5—3E First Recommend
” #5480 Stainless Steels ©|l 0| O : 5k Second Recommend
T #8584 Cast Iron ©|o|® — : T NO Recommend
g #8255 Aluminum Alloys - =] - F : ¥&0T Finishing
P S : 4EMNT Semi Finishing
=iR&E High TempAlloys | O | © | © M : AT Medium
:RE M Hardened Steels R : #8/1T Roughing

7]R 2D E

Drawing

P
@3@
=]

- fd1

.

18815 Grade R~F Dimension (mm)
R IBAmSE
Order No.
FERREFINT ~ ZILMT [ 7JFEmEEA] o Blind Hole Drilling & Through Hole Drilling [ Single-Sided Inserts ] .
WCMT030208-MM ® O o 3.8 |[5.56|2.38| 0.8 | 2.8
Fls|m[R
WCMT040208-MM o O o 4.3 |{6.35/2.38| 0.8 | 3.0
Fls|m|R
WCMT050308-MM ® o o 54 |794/3.18| 0.8 | 3.4
‘ =
Fls|m[R a—
! WCMTO06T308-MM e o o 6.5 [9.53|3.97| 0.8 | 4.0
Fls|m|R
I WCMT080412-MM ® o o 8.7 [12.7|4.76| 1.2 | 4.3
Fls|[m[R

161

163

> 145 443R Drilling Condition Table — Page : P.164




DSP 1R - 2 5=

INDEXABLE- HIGH SPEED DRILLS- DSP- 2xd

Screw

LTREREE R~ Dimensions (mm) BETIE
Order No. Insert A (@

DSP05-020125-02D-C 12.5 26 44 50 94 20 25
DSP05-02013-02D-C 13.0 26 44 50 94 20 25
DSP05-020135-02D-C 13.5 28 46 50 96 20 25

DSP05-02014-02D-C 140 | 28 | 46 | 50 | 96 | 20 | 25 SPMG0302.. 752003 ETFO6
DSP05-020145-02D-C | 145 | 30 | 49 | 50 | 99 | 20 | 25

DSP05-02015-02D-C 150 | 30 | 49 | 50 | 99 | 20 | 25

DSP06-020155-02D-C | 155 | 32 | 52 | 56 | 108 | 25 | 33

DSP06-02016-02D-C 160 | 32 | 52 | 56 | 108 | 25 | 33

DSP06-020165-02D-C | 165 | 34 | 54 | 56 | 110 | 25 | 33

DSP06-02017-02D-C 170 | 34 | 54 | 56 | 110 | 25 | 33

DSP06-020175-02D-C | 175 | 36 | 57 | 56 | 113 | 25 | 33

DSP06-02018-02D-C 180 | 36 | 57 | 56 | 113 | 25 | 33 /
DSP06-020185-02D-C | 185 | 38 | 59 | 56 | 115 | 25 | 33 | SPMG0602.. TS2205 ETF06

DSP06-02019-02D-C 19.0 38 59 56 115 25 33
DSP06-020195-02D-C 19.5 40 63 56 119 25 33
DSP06-02020-02D-C 20.0 40 63 56 119 25 33
DSP06-020205-02D-C 20.5 42 65 56 121 25 33
DSP06-02021-02D-C 21.0 42 65 56 121 25 33
DSP06-020215-02D-C 21.5 44 67 56 123 25 33 *E
DSP07-02022-02D-C 22.0 44 67 56 123 25 43
DSP07-020225-02D-C 22.5 46 71 60 131 32 43
DSP07-02023-02D-C 23.0 46 71 60 131 32 43
DSP07-020235-02D-C 23.5 48 74 60 134 32 43
DSP07-02024-02D-C 24.0 48 74 60 134 32 43
DSP07-020245-02D-C 245 50 77 60 137 32 43
DSP07-02025-02D-C 25.0 50 77 60 137 32 43
DSP07-020255-02D-C 255 52 79 60 139 32 43
DSP07-02026-02D-C 26.0 52 79 60 139 32 43
DSP07-020265-02D-C 26.5 54 81 60 142 32 43
DSP07-02027-02D-C 27.0 54 81 60 142 32 43
DSP07-020275-02D-C 27.5 56 84 60 144 32 43

P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

s

SPMGO7T3.. TS2511 ETF08

siapjoyjoo] Buijjug

fix s ] BBk N fia = =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend




DSP 1R - 2 5=

INDEXABLE- HIGH SPEED DRILLS- DSP- 2xd

sTHEIESE R~ Dimensions (mm) BERTIE

Order No. Insert

DSP09-02028-02D-C 28.0 56 84 60 144 32 43
DSP09-020285-02D-C 28.5 58 86 60 146 32 43
DSP09-02029-02D-C 29.0 58 86 60 146 32 43
DSP09-020295-02D-C 29.5 60 88 60 148 32 43
DSP09-02030-02D-C 30.0 60 88 60 148 32 43
DSP09-020305-02D-C 30.5 62 90 60 150 32 43 | SPMG0904.. TS3504 ETF15
DSP09-02031-02D-C 31.0 62 90 60 150 32 43
DSP09-020315-02D-C 31.5 64 92 60 152 32 43
DSP09-02032-02D-C 32.0 64 92 60 152 32 43
DSP09-020325-02D-C 325 66 94 60 154 32 43
DSP09-02033-02D-C 33.0 66 94 60 154 32 43
\ DSP11-02034-02D-C 34.0 68 96 60 156 32 43

DSP11-02035-02D-C 35.0 70 98 60 158 32 43
DSP11-02036-02D-C 36.0 72 100 60 160 32 43
DSP11-02037-02D-C 37.0 74 102 60 162 32 43
SPMG1104.. TS4006 ETF15
DSP11-02038-02D-C 38.0 76 104 60 164 32 43
% DSP11-02039-02D-C 39.0 78 106 60 166 32 43
jj DSP11-02040-02D-C 40.0 80 115 60 175 40 53
*;% DSP11-02041-02D-C 41.0 82 117 60 177 40 53
|w)
=1
5
Q@
—|
o
=3
3
g P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
7 X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

fix s ] BBk N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend




DSP 1R - 3 &=

INDEXABLE- HIGH SPEED DRILLS- DSP- 3xd

Screw

LTREREE R~ Dimensions (mm) BETIE
Order No. Insert A (@

DSP05-020125-03D-C 12.5 39 57 50 107 20 25
DSP05-02013-03D-C 13.0 39 57 50 107 20 25
DSP05-020135-03D-C 13.5 42 60 50 110 20 25

DSP05-02014-03D-C 14.0 42 60 50 110 20 25 SPMG0302.. 752003 ETFO6
DSP05-020145-03D-C 14.5 45 64 50 114 20 25

DSP05-02015-03D-C 15.0 45 64 50 114 20 25

DSP06-020155-03D-C 15.5 48 68 56 124 25 33

DSP06-02016-03D-C 16.0 48 68 56 124 25 33

DSP06-020165-03D-C 16.5 51 71 56 127 25 33

DSP06-02017-03D-C 17.0 51 71 56 127 25 33

DSP06-020175-03D-C 17.5 54 75 56 131 25 33

DSP06-02018-03D-C 18.0 54 75 56 131 25 33 /
DSP06-020185-03D-C 18.5 57 78 56 134 25 33 | SPMGO0602.. TS2202 ETFO06

DSP06-02019-03D-C 19.0 57 78 56 134 25 33
DSP06-020195-03D-C 19.5 60 83 56 139 25 33
DSP06-02020-03D-C 20.0 60 83 56 139 25 33
DSP06-020205-03D-C 20.5 63 86 56 142 25 33
DSP06-02021-03D-C 21.0 63 86 56 142 25 33
DSP06-020215-03D-C 21.5 66 89 56 145 25 33 *;'?:
DSP07-02022-03D-C 22.0 66 89 56 145 25 43
DSP07-020225-03D-C 22.5 69 94 60 154 32 43
DSP07-02023-03D-C 23.0 69 94 60 154 32 43
DSP07-020235-03D-C 235 72 98 60 158 32 43
DSP07-02024-03D-C 24.0 72 98 60 158 32 43
DSP07-020245-03D-C 245 75 102 60 162 32 43
DSP07-02025-03D-C 25.0 75 102 60 162 32 43
DSP07-020255-03D-C 255 78 105 60 165 32 43
DSP07-02026-03D-C 26.0 78 105 60 165 32 43
DSP07-020265-03D-C 26.5 81 108 60 168 32 43
DSP07-02027-03D-C 27.0 81 108 60 168 32 43
DSP07-020275-03D-C 27.5 84 112 60 172 32 43

P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

s

SPMGO7T3.. TS2511 ETF08

siapjoyjoo] Buijjug

fix s ] BBk N fia = =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend




DSP 1R - 3 &=

INDEXABLE- HIGH SPEED DRILLS- DSP- 3xd

sTHEIESE R~ Dimensions (mm) BERTIE

Order No. Insert

DSP09-02028-03D-C 28.0 84 112 60 172 32 43
DSP09-020285-03D-C 28.5 87 115 60 175 32 43
DSP09-02029-03D-C 29.0 87 115 60 175 32 43
DSP09-020295-03D-C 29.5 90 118 60 178 32 43
DSP09-02030-03D-C 30.0 90 118 60 178 32 43
DSP09-020305-03D-C 30.5 93 121 60 181 32 43 | SPMG0904.. TS3504 ETF15
DSP09-02031-03D-C 31.0 93 121 60 181 32 43
DSP09-020315-03D-C 31.5 96 124 60 184 32 43
DSP09-02032-03D-C 32.0 96 124 60 184 32 43
DSP09-020325-03D-C 325 99 127 60 187 32 43
DSP09-02033-03D-C 33.0 99 127 60 187 32 43
\ DSP11-02034-03D-C 34.0 | 102 130 60 190 32 43

DSP11-02035-03D-C 35.0 105 133 60 193 32 43
DSP11-02036-03D-C 36.0 108 136 60 196 32 43
DSP11-02037-03D-C 37.0 111 139 60 199 32 43
SPMG1104.. TS4006 ETF15
DSP11-02038-03D-C 38.0 114 142 60 202 32 43
% DSP11-02039-03D-C 39.0 117 145 60 205 32 43
jj DSP11-02040-03D-C 40.0 120 155 60 215 40 53
*;% DSP11-02041-03D-C 41.0 123 158 60 218 40 53
|w)
=1
5
Q@
—|
o
=3
3
g P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
7 X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

fix s ] BBk N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend




DSP 1R - 4 5=

INDEXABLE- HIGH SPEED DRILLS- DSP- 4xd

g

d1

.
b ——
-

o

Screw

sTHEIESE R~ Dimensions (mm) BERTIE

Order No. Insert AN (@

DSP05-020125-04D-C 12.5 52 70 50 120 20 25

DSP05-02013-04D-C 13.0 52 70 50 120 20 25

DSP05-020135-04D-C 13.5 56 74 50 124 20 25

DSP05-02014-04D-C 14.0 56 74 50 124 20 25 SPMG0302.. 752003 ETFO6
DSP05-020145-04D-C 14.5 60 79 50 129 20 25

DSP05-02015-04D-C 15.0 60 79 50 129 20 25

DSP06-020155-04D-C 15.5 64 84 56 140 25 33

DSP06-02016-04D-C 16.0 64 84 56 140 25 33

DSP06-020165-04D-C 16.5 68 88 56 144 25 33

DSP06-02017-04D-C 17.0 68 88 56 144 25 33

DSP06-020175-04D-C 17.5 72 92 56 148 25 33

DSP06-02018-04D-C 18.0 72 92 56 148 25 33 /
DSP06-020185-04D-C 18.5 76 96 56 152 25 33 | SPMGO0602.. TS2202 ETFO06
DSP06-02019-04D-C 19.0 76 96 56 152 25 33

DSP06-020195-04D-C 19.5 80 100 56 156 25 33
DSP06-02020-04D-C 20.0 80 100 56 156 25 33
DSP06-020205-04D-C 20.5 84 104 56 160 25 33
DSP06-02021-04D-C 21.0 84 104 56 160 25 33
DSP06-020215-04D-C 21.5 88 108 56 164 25 33 *;'?:
DSP07-02022-04D-C 22.0 88 108 56 164 25 43
DSP07-020225-04D-C 22.5 92 117 60 177 32 43
DSP07-02023-04D-C 23.0 92 117 60 177 32 43
DSP07-020235-04D-C 23.5 96 121 60 181 32 43
DSP07-02024-04D-C 24.0 96 121 60 181 32 43
DSP07-020245-04D-C 245 | 100 125 60 185 32 43
DSP07-02025-04D-C 25.0 | 100 125 60 185 32 43
DSP07-020255-04D-C 255 | 104 129 60 189 32 43
DSP07-02026-04D-C 26.0 | 104 129 60 189 32 43
DSP07-020265-04D-C 26.5 | 108 136 60 196 32 43
DSP07-02027-04D-C 27.0 | 108 136 60 196 32 43
DSP07-020275-04D-C 275 | 112 140 60 200 32 43

P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.
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fix s ] BBk N fia = =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —
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i o %

siapjoyloo] Bui|ja

RIFE4RS
Order No.

DSP 1R - 4 5=

INDEXABLE- HIGH SPEED DRILLS- DSP- 4xd

R~ Dimensions (mm)

1A

Insert

DSP09-02028-04D-C 28.0 112 140 60 200 32 43
DSP09-020285-04D-C 28.5 116 144 60 204 32 43
DSP09-02029-04D-C 29.0 116 144 60 204 32 43
DSP09-020295-04D-C 29.5 | 120 148 60 208 32 43
DSP09-02030-04D-C 30.0 | 120 148 60 208 32 43
DSP09-020305-04D-C 30.5 | 124 152 60 212 32 43 | SPMG0904.. TS3504 ETF15
DSP09-02031-04D-C 31.0 | 124 152 60 212 32 43
DSP09-020315-04D-C 315 | 128 156 60 216 32 43
DSP09-02032-04D-C 320 | 128 156 60 216 32 43
DSP09-020325-04D-C 325 | 132 160 60 220 32 43
DSP09-02033-04D-C 33.0 | 132 160 60 220 32 43
DSP11-02034-04D-C 340 | 136 164 60 224 32 43
DSP11-02035-04D-C 35.0 | 140 168 60 228 32 43
DSP11-02036-04D-C 36.0 | 144 172 60 232 32 43
DSP11-02037-04D-C 37.0 148 176 60 236 32 43
DSP11-02038-04D-C | 380 | 152 | 180 | 60 | 240 | 32 | 43 | o o 0% 754006 ETF1S
DSP11-02039-04D-C 39.0 156 184 60 244 32 43
DSP11-02040-04D-C 40.0 160 195 60 265 40 53
DSP11-02041-04D-C 41.0 164 199 60 269 40 53
P BEJTIH Insert — Page : P.153 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.
= =Fa AE A5 fiti ] = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
MVth(:"—li(al HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © — — @] © — —
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DW 1RiF#HE - 2 f5F

INDEXABLE- HIGH SPEED DRILLS- DW- 2xd

R~ Dimensions (mm)

Bl =E BER
Order No. Insert
DW03-02018-02D-C 18.0 36 52 24 20 29
DW03-02019-02D-C 19.0 38 52 24 20 29
DW03-02020-02D-C 20.0 40 52 24 20 29
DW03-02018-02D-116L-C | 18.0 36 56 24 25 35 WC..0302.. MS2506E ETFO08
DW03-02018-02D-117L-C | 18.5 37 56 24 25 35
DWO03-02019-02D-118L-C | 19.0 38 56 24 25 35
DWO03-02020-02D-120L-C | 20.0 40 56 24 25 35
DWO04-02021-02D-C 21.0 42 56 24 25 35
DWO04-02022-02D-C 22.0 44 56 24 25 35
DWO04-02023-02D-C 23.0 46 56 24 25 35 WC..0402.. MS2506E ETFO08
DWO04-02024-02D-C 24.0 48 56 24 25 35
DWO04-02025-02D-C 25.0 50 56 24 25 35
DW05-02026-02D-C 26.0 52 60 29 32 43
DW05-02027-02D-C 27.0 54 60 29 32 43
DW05-02028-02D-C 28.0 56 60 29 32 43 WC..0503.. MS3008E ETF09
DW05-02029-02D-C 29.0 58 60 29 32 43
DW05-02030-02D-C 30.0 60 60 29 32 43
DW06-02031-02D-C 31.0 62 60 29 32 43
DW06-02032-02D-C 32.0 64 60 29 32 43
DW06-02033-02D-C 33.0 66 60 29 32 43
DW06-02034-02D-C 34.0 68 60 29 32 43
DW06-02035-02D-C 35.0 70 60 29 32 43
WC..06T3.. MS3510E ETF10
DW06-02036-02D-C 36.0 72 60 29 32 43
DW06-02037-02D-C 37.0 74 60 29 32 43
DWO06-02038-02D-C 38.0 76 60 29 32 43
DWO06-02039-02D-C 39.0 78 60 29 32 43
DWO06-02040-02D-C 40.0 80 60 29 32 43
P BETIH Insert — Page : P.154 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.
= =Fa AE A5 fiti ] = =SEa
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Mvavtzl;—li(m HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30 — HRC<30
© © © — — @] © — —
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DW 1RiF#H5E - 3 5

INDEXABLE- HIGH SPEED DRILLS- DW- 3xd

. L1 L3 L2

{; ————————— <1- ID d1

sTHEIESE R~ Dimensions (mm) BERTIE
Order No. Insert
DW03-02018-03D-C 18.0 54 52 24 20 29
DW03-02019-03D-C 19.0 57 52 24 20 29
DW03-02020-03D-C 20.0 60 52 24 20 29
DW03-02018-03D-134L-C | 18.0 54 56 24 25 35 WC..0302.. MS2506E ETFO08
DWO03-02018-03D-135L-C | 18.5 | 55.5 56 24 25 35
DWO03-02019-03D-137L-C | 19.0 57 56 24 25 35
DWO03-02020-03D-140L-C | 20.0 60 56 24 25 35
DWO04-02021-03D-C 21.0 63 56 24 25 35
DWO04-02022-03D-C 22.0 66 56 24 25 35
DWO04-02023-03D-C 23.0 69 56 24 25 35 WC..0402.. MS2506E ETFO08
DWO04-02024-03D-C 24.0 72 56 24 25 35
\ DWO04-02025-03D-C 25.0 75 56 24 25 35
DW05-02026-03D-C 26.0 78 60 29 32 43
DW05-02027-03D-C 27.0 81 60 29 32 43
DW05-02028-03D-C 28.0 84 60 29 32 43 WC..0503.. MS3008E ETF09
DW05-02029-03D-C 29.0 87 60 29 32 43
ﬁg DW05-02030-03D-C 30.0 90 60 29 32 43
7] DW06-02031-03D-C 31.0 93 60 29 32 43
12 DW06-02032-03D-C 320 | 9% | 60 | 20 | 32 | 43
DW06-02033-03D-C 33.0 99 60 29 32 43
DW06-02034-03D-C 34.0 | 102 60 29 32 43
DW06-02035-03D-C 35.0 | 105 60 29 32 43
DW06-02036-03D-C 360 | 108 | 60 | 20 | 32 | a3 | OO MS35108 ETFI0
DWO06-02037-03D-C 37.0 | 111 60 29 32 43
DWO06-02038-03D-C 38.0 | 114 60 29 32 43
DW06-02039-03D-C 39.0 | 117 60 29 32 43
S DWO06-02040-03D-C 40.0 | 120 60 29 32 43
=
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% P BEJTIR Insert — Page : P.154 P> 14I1&SR Drilling Condition Table — Page : P.164
7 X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.

fix s ] BBk N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend




DW 1RiFHE - 4 5

INDEXABLE- HIGH SPEED DRILLS- DW- 4xd

. L1 L3 L2

{; ————————— <1- ID d1

sTHEIESE R~ Dimensions (mm) BERTIE

Order No. Insert

DW04-02021-04D-C 21.0 84 56 24 25 35
DW04-02022-04D-C 22.0 88 56 24 25 35
DW04-02023-04D-C 23.0 92 56 24 25 35 WC..0402.. MS2506E ETF08
DW04-02024-04D-C 24.0 96 56 24 25 35
DW04-02025-04D-C 25.0 | 100 56 24 25 35
DW05-02026-04D-C 26.0 | 104 60 29 32 43
DW05-02027-04D-C 27.0 | 108 60 29 32 43
DW05-02028-04D-C 28.0 | 112 60 29 32 43 WC..0503.. MS3008E ETF09
DW05-02029-04D-C 29.0 | 116 60 29 32 43
DW05-02030-04D-C 30.0 | 120 60 29 32 43
DW06-02031-04D-C 31.0 | 124 60 29 32 43
DW06-02032-04D-C 320 | 128 60 29 32 43 /
DW06-02033-04D-C 33.0 | 132 60 29 32 43
DW06-02034-04D-C 340 | 136 60 29 32 43
DW06-02035-04D-C 35.0 | 140 60 29 32 43
DW06-02036-04D-C 36.0 | 144 60 29 32 43
DW06-02037-04D-C 37.0 | 148 60 29 32 43
DW06-02038-04D-C 38.0 | 152 60 29 32 43
DW06-02039-04D-C 39.0 | 156 60 29 32 43 *;'?:
DW06-02040-04D-C 40.0 | 160 60 29 32 43

WC..06T3.. MS3510E ETF10

s

P BETIH Insert — Page : P.154 P> 14I1&SR Drilling Condition Table — Page : P.164
X BUERiBIE -C BHKFLEZET © Product number end in -C are coolant-through design.
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fix s ] BBk N fia fRaE =RE
Carbon Alloy Hardened Stainless Cast Aluminum High Temp
FEFt1E Steels Steels Steels Steels Iron Alloys Alloys
Work
Material HRC<20 HRC20~30 | HRC30~45 | HRC45~55 | HRC55~63 = HRC<30 = HRC<30
© © © — — @] © — —

O ' F—¥#EE First Recommend O ! S5Z#E Second Recommend — @ F#iE NO Recommend
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RECOMMENDED DRILLING CONDITION TABLE

Table 01 DSP REEETE HIEIIRHR

INDEXABLE- HIGH SPEED DRILLS- DRILLING CONDITION TABLE

BEEREf
IIE&E T 5% EE YIHIEE Ve (mm/rev)
Material Material Code Hardness (m/min)
®13~15 ®16~21 D 22~27 ©28~33 D 34~41
HRC<30 100~150 0.04~0.08 0.05~0.09 0.06~0.12 0.07~0.13 0.08~0.15
Carbon Steels SUILELLERL
HRC30~45 70~140 0.04~0.07 0.05~0.08 0.05~0.09 0.06~0.12 0.07~0.14
BE=E » _ _ _ _ _ _
Hardened Steels 8 ED IRE
E ] _
. SUS304 80~140 0.04~0.08 0.05~0.09 0.05~0.10 0.06~0.12 0.07~0.14
Stainless Steels
swill FC,FCD HRC<30 100~150 0.05~0.08 0.06~0.11 0.07~0.13 0.08~0.15 0.10~0.18
Cast Iron
P~
?E ke RIS = 150~250 0.04~0.08 0.05~0.10 0.06~0.13 0.07~0.15 0.08~0.18
Aluminum Alloys 7075
%2HA
: s Ti-6Al-4V HRC<30 30~60 0.02~0.04 0.03~0.05 0.03~0.05 0.04~0.06 0.05~0.08
High Temp Alloys

X AMERFARAMRG T IHEES)ISEERE(f) 10% -
fissE When 4xD, please reduce 10% of rpm and feed per tooth.

Remarks

X HIHIAT / Cutting formula @ S(E#EFE) = Ve(EFIHIZERE) X 1000/ D(9ME) / n(3.14)  FOELERE) = (BIEEMRE) X S(THEERE)

Ny
Table 02 DW RERFETH TEIR R
INDEXABLE- HIGH SPEED DRILLS- DRILLING CONDITION TABLE
) SWEREf
INIHE TSR EE HIHIEE Ve (mm/rev)
Material Material Code Hardness (m/min)
@ 14~20.5 ©22~25.5 ©26~30 ®31~39 ©40~60
HRC<30 90~140 0.06~0.09 0.06~0.11 0.07~0.13 0.08~0.18 0.10~0.25
Carbon Steels SESIC S
HRC30~45 70~120 0.05~0.07 0.05~0.09 0.06~0.11 0.07~0.14 0.08~0.17
SRE S y _ _ _ _ _ _
Hardened Steels EEEEY i edto
ET ]
. SUS304 — 60~140 0.05~0.09 0.05~0.10 0.06~0.13 0.07~0.15 0.08~0.18
Stainless Steels
Bl FC,FCD HRC<30 90~140 0.06~0.10 0.06~0.12 0.07~0.14 0.08~0.16 0.10~0.20
Cast Iron
) Al 5052/ 6061/ _ g g - g - ~
Aluminum Alloys 7075 150~250 0.06~0.11 0.08~0.13 0.09~0.15 0.11~0.18 0.12~0.25
BRaE )
Hi Ti-6Al-4V HRC<30 30~60 0.03~0.05 0.03~0.06 0.04~0.08 0.05~0.10 0.06~0.12
igh Temp Alloys

X AMSREAREMESES) MSHELRSE(1) 10%
st When 4xD, please reduce 10% of rpm and feed per tooth.

Remarks

1. EINTBZAHES - 557 X iEE(S) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BXMEEAAR - FEREEHRZEE(F) (10~40%) o When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. Y FBIBRERE - BENFGDEREAINT  ICARRE - BRLNRS - ST o

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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EmiEIER

PRODUCT SELECTION TABLE

1EAE - 288 J1H Positive- Carbide Turning Inserts

CCMT F{7MiEf

[

DCMT £# 55°

LS

SCMT [ELE

TCMT I[E=A&#

AN

VBMT Z#2 35°

e

B/AR - BMET]HF Negative- Carbide Turning Inserts

CNMG F7MHiEf

L]

WNMG #E#Z

£

DNMG 72 55~

LS

SNMG IE7E

TNMG [E=&#Z

AN

VNMG £ 35°

<

FERRELSR - $5ilEEJ]F Precision Grinding- Carbide Grade Turning Inserts

VCEW £ 35°

7
-

CCGT F{7MUiER; DCGT £&H#2 55" DCET £Z#7 55° DCEW £z 55~ SCGT [EH#
TCGT IE=ATE VBET £ 35° VBEW £ 35° VCGT ZH#7 35° VCET ZH#7 35"




EmiEIER

PRODUCT SELECTION TABLE

PCD S8 - i5iME 1K Polycrystalline Compound Diamond Carbide Turning Inserts

CCGW ¥F{7MmiEf

[

DCGW iz 55~

LS

VCGW £ 35°

7

TNGA [E=FF

AN

IREEEH - {88 ]/ Carbide Turning Inserts For Aluminum Alloy

CCGT F{TIER

[

DCGT 72 55°

[/

SCGT IERE

]

TCGT [E=A

AN

VCGT &7 35~

7

B/ ISO
YRTERREE

ISO Designations
For Turning Insert

P.168~170

B R EREE
Turning Chip
Breaker Design

B R &R
Turning Insert
Grades

IEIGRG TR

[ EHI])
Turning
Condition Table

P.182~183

JI R BRSO
BRTIE

ET WA EWAH
And Solution

P.184
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EJJR I1SO #eif#2#h

ISO DESIGNATIONS FOR TURNING INSERT

N M G 16 04 08 (N) — —

T
HEEER HOIEEBE “
TIE AR TIE BRRA S

Insert Shape Clearance Angle

Al =] 3> o\ B EE E
A B C D E H K L A B C D E
> Special \ / | Special
‘ O O ;: O JA/ZS“ bso“ ~p 11°
M (0] R S T \% w X F G N P X
3 JRRE JIREHN 5 JIRER
Tolerances Class Chipbreaker and Hole Insert Length
KN s we | 2 &cﬁ:ﬁf BRI u u Q Lﬂ
@ " < d> D Code Hole %rg:l;ir Hole Type A B c D
I
e | H 0 &E
Range of Tolerance R =1 BEm| 7 7 E H K L
ke | mx | d+ s+ F & P [] O O
A | 0005 | 0025 | 0025 A = OO | W | |y it R‘ ) gt
\ F 0.005 0.013 0.025 M &1 Em| [T A s O
C | 0013 | 0025 | 0025 G S| T T o T
H 0013 | 0013 | 0025 W | 57EmH E:id 1] O/ T v w
E 0025 | 0025 | 0025 T 40~60° B5E M1 | Yy
i G 0.025 0.025 0.130 Q | 57mE i (]
i J 0.005 |0.05~0.15| 0.025 u 40~60° B [0 Ty
=]
2] K 0.013 |0.05~0.15| 0.025 B | 57L=E =" ] ./ n it fine Bieaifon
7] L 0.025 |0.05~0.15| 0.025 H 70~90° BE M| Yry
) M | 0.08~0.18 | 0.05~0.15| 0.130 C | maLem i DI R = IN<= IL <
N | 0.08~0.18|0.05-0.15| 0.025 J 70~90° = i1 ) < \/ >
U |0.13~0.38|0.08~0.25| 0.130 X ¥55%87L Special Shape
I
Insert Thickness
X5k
9 SL[:] Code 01| T |02 | T2 03| T304 | 05|06 | 07| 08
= I
% SD (msm) 1.5911.98|2.38|2.78|3.18 | 3.97 | 4.76 | 5.56 | 6.35 | 7.94 | 9.52
=
3.
a TIRRA
5 Corner Radius
o
@ é‘biﬁ 00 | 01 |015/018 | 02 |035| 04 | 08 | 10 | 12 | 16 | 24 | MO
ode
R 2R7]| 0.1 ]0.15/0.18| 0.2 |0.35| 0.4 | 0.8 | 1.0 | 1.2 | 1.6 | 2.4 B
(mm) < . . . . . . . . . . . Round




EJJR I1SO #eif#2#h

ISO DESIGNATIONS FOR TURNING INSERT

CM6025

BIIREEE
Chip Breaker Design

IEBRERBHE Positive

MIRE
Ap (mm)
SM / SG
AG/FG/ XF/YF
- » >
¥ Finishing HFEINT Semi Finishing thi0T Medium
AG/FG o XF YF SM SG
\( \( 1. \L 1.5 \ﬁ 1.5
MG/MP
~¥sf}« 0.1
18°
B ALEB1E Negative
INIRE
Ap (mm)
RK /RG / RP / HG
MP/ ME
SM / SP
FG /FP
¥5INT Finishing HFEMT Semi Finishing N T Medium #2501 T Roughing
FG FP SM SP MP
10| g3 " Al Sl 102
S| (S| | it | || [t
ME RK RG/RP HG
0.2 J\‘ 0.3 . 0.3 0.35
15%ﬁ\7—ﬂ zz_j\ﬁf fe\dib/w 15 YC/T

f (mm/rev)

BEEGRE

f (mm/rev)

BEEGRE

e

()
Q
=
1
o
(0]
—
c
=
>
=
(o]
=
(2]
(1)
=
—
(2]
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EJJR ISO #miG#R &

ISO DESIGNATIONS FOR TURNING INSERT

BT RMEN
Turning Insert Grades
IIME
EEmE |, ,
& HiE i@f;ﬁ AT Work Material EEEEEE
Grade Coating o
Type Sub_s_trat_e Type Application Industry Area
Classification P M| K|N|S
- EEHE, PIT - - BTEMSRESH -
CM10 K05 ~ K10 BRI Finishing and medium cutting. —l-l-lel- Bike and auto parts.
(fEEe&) Uncoated | - BEESEMI o - BFEH -
For aluminum alloy. Electronic parts.
S =t L - BiTEMRESH -
CM1010 KO5 ~ K10 CVvD Finishing and medium cutting. —---lel- Bike and auto parts.
(¥8) (1L2) |- BESWERERMI - - IREEHE o
For aluminum alloy with silicon. Aluminum rim.
BHEEMNT , 80T - - REMEHESY o
CM6010 - PVD Continuous finishing cutting. Auto and machinery parts.
(2@) | KOKI0 | um) | maABSSEHERENT - ® ®® 00~ mAmH-
For finishing application. Aircraft parts.
BEEENT , BINT - - REMEHEY o
CM5515 - PVD Continuous finishing cutting. Auto and machinery parts.
(2e) | K1O7K0 | ) | maAmseEHERENT - ® @0 CI®I® . mxmp-
For finishing application. Aircraft parts.
- BEPIMIEEEEMT - e Tk o
oM Medium or light interrupted cutting. nﬁﬂl%mgfﬂf
525 K20 ~ K30 PVD BERGHE, SRSSIMT o slal—|—|8 Auto and machinery parts.
(BEe) (Y38 ) e 2 - MARE o
For stainless steel, high Al
ircraft parts.
temperature alloy.
- EEPINIEREREMT -
CM6025 - PVD Medium or light interrupted cutting. _ - TRINSEIE o
(Z8) K20~ K30 (¥38) |- BEWREMIMI - ¥\ @ © Carbon steel parts manufacturing.
For carbon steel.
- BEEHEMIKERENT -
CM6035 ~ PVD Roughing or interrupted cutting. _ - HEBHRIE -
(£8) K30~ K40 (¥3) |- BEWREEMMI - |8\ © Steel parts manufacturing.
For carbon steel.
- ESHEMISEEMT - .= = o
CM7535 cVD Roughing or interrupted cutting. gjﬁ?ﬁ%ﬁiﬁnew parts
K30 ~ K40 e | AoooM , FEME, HENT - || 8| — |8 . '
( ﬁé ) ( 1b—?L ) For allo ; @EE% °
y steel, cast iron and & di
hardened steel. Mold & die.

@ =R / O SE5THERE : E@ENT Continuous Cutting
€ =B / CEITER 1 —#RINT General Cutting
8 F—HE / ¢ FEITHERE ¢ BiENNT Interrupted Cutting

— A #ERE NO Recommend

X EINTHEH (= 40HRC) B » EiEfERA PCBN EJIRINT - PCBN B R 8l 5T -

For machining hardened steel( = 40HRC), PCBN turning inserts is recommended. Please contact for more customized info.




EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels e ¢ |8 |- - @ E—HERE / O ETHERE : EENT Continuous Cutting
. € £ /| CE IR | —MRINT General Cutting

g (oM FEB StainlessStecls | @ [ # | @ # E—I878 | & E_I7 : BUENIT Interrupted Cutting
T $=8% Cast Iron ® | — | & |- |- — A#ERE NO Recommend
g $25% Aluminum Alloys o]l -]-]e|e]| F:#mMIFinishing

=m s _ | _ S : #$ENNT Semi Finishing

=85 HighTempAlloys | O | 8 | & M : ST Medium

RE5 M Hardened Steels R : #8/1T Roughing

18815 Grade R~F Dimension (mm)
AT AR 2|2 71/ 2D E

Order No. Drawing

P> EIE#SR Turning Condition Table — Page : P.182

CCGT060202-FA ° 6.40 | 6.352.38| 0.2 | 2.8
CCGT060204-FA ° 6.40 | 6.352.38| 0.4 | 2.8
CCGT09T304-FA ° 9.70|9.53|3.97| 0.4 | 4.4
CCGT09T308-FA ° 9.70|9.53|3.97| 0.8 | 4.4
CCGT120404-FA ° 12.9/12.7|4.76| 0.4 | 55
CCGT060202-FB ° 6.40 | 6.352.38| 0.2 | 2.8
CCGT060204-FB ° 6.40 | 6.352.38| 0.4 | 2.8
CCGT09T304-FB ° 9.709.53 |3.97| 0.4 | 4.4 AL S
CCGT09T308-FB ° 9.70|9.53|3.97| 0.8 | 4.4
CCGT120404-FB ° 12.9|12.7 |4.76| 0.4 | 55 '\K@} B %‘:1
CCMT060204-MP ° 6.40 | 6.352.38 | 0.4 | 2.8 | so s
CCMT09T304-MP ° 9.70 | 9.53 |3.97| 0.4 | 4.4
CCMT09T308-MP ° 9.70|9.53|3.97| 0.8 | 4.4 -
CCMT060204-MK oo 6.406.35(2.38| 0.4 | 2.8 LN
CCMTO09T304-MK o0 9.70|9.53 |3.97| 0.4 | 4.4 7139%
CCMT09T308-MK o o 9.709.533.97 | 0.8 | 4.4 191
CCMT120408-MK o 0 12.912.7|4.76| 0.8 | 5.5 15
CCGW060202-PC ® |6.35(6.35/2.38| 0.2 | 2.8 Wi i
CCGW060204-PC ® 6.35(6.35(2.38| 04 | 2.8 7;;; 5
CCGWO09T302-PC ® |952(952(397 0.2 | 4.4 AL S, )7:.']_
8 CCGWO09T304-PC ® |952(952(397 04 | 4.4
CCGWO09T308-PC ® |952(952(397 0.8 | 4.4 f\Z©ﬂB TET
CCGW120402-PC ® |127(12.7]476| 02 | 55 | Nsor f
CCGW120404-PC ® |127[12.7]476| 04 | 55
F|s|m|R|ccowizososprc ® [127]127|476| 08 | 55
CCGW060202P07-PC ® 6.35(6.35(2.38| 0.2 | 2.8
CCGW060204P07-PC ® 6.35(6.35(2.38| 0.4 | 2.8
CCGWO09T302P07-PC ® |952(952(397| 0.2 | 44 LA S, 9?
CCGWO09T304P07-PC ® 9.52/952(3.97| 0.4 | 4.4 O\ .
CCGWO09T308P07-PC ® |952(952(397| 08 |44 | ", B %‘:1 e
CCGW120402P07-PC ® |127]127]476] 02 | 55| o w7 5
CCGW120404P07-PC ® 12.7|127|476| 04 | 55 3
F|s| M| R |ccowi20408Por-PC ® |127]127]476| 0.8 | 55 =
D
)
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EBSHE ] A

CARBIDE TURNING INSERTS

RIRBARSRE

Order No.

DCGT070202-FA

METE Grade

47 Alloy Steels e o ¢ |8 | - @ R / O SETHERES : EENT Continuous Cutting
_ € £ /| CE TR | —MRINT General Cutting

oM FEMStinessStecls | @ [ @ | # | & % E—{476 / B : BUENNT Interrupted Cutting
T $=8% Cast Iron e 0 | — | | — — A#ERE NO Recommend
g $28% Aluminum Alloys olo|-=|-1]e| F:#BmMIFinishing

=maas _ S : #4EMNT Semi Finishing

=iRAas%E HighTempAlloys | O | @ | 8 | & M : ST Medium

FE M Hardened Steels R : #8/1T Roughing

R~I Dimension (mm)

715 2D Bl

Drawing

7.75/6.35/2.38| 0.2 | 2.8

DCGT070204-FA

7.75/6.35/2.38| 0.4 | 2.8

DCGT11T302-FA

11.6]9.533.97| 0.2 | 44

DCGT11T304-FA

11.6]9.533.97| 04 | 44

DCGT11T308-FA

11.6]9.533.97| 0.8 | 44

DCGT070202-FB

7.75]6.35/2.38| 0.2 | 2.8

DCGT070204-FB

7.75]16.35/2.38| 0.4 | 2.8

DCGT11T302-FB

11.69.53 (3.97| 0.2 | 44

DCGT11T304-FB

11.69.53 (3.97| 0.4 | 44

DCGT11T308-FB

11.69.53 (3.97 | 0.8 | 44

DCET11T301R-FX ° 11.6|9.53 | 3.97| 0.1 | 4.4
DCET11T302R-FX ° 11.6|9.53 | 3.97| 0.2 | 4.4
DCET11T304R-FX ° 11.6|9.53 | 3.97| 0.4 | 4.4
DCET11T301L-FX ° 11.6|9.53 |3.97| 0.1 | 4.4
DCET11T302L-FX ° 11.6|9.53 |3.97| 0.2 | 4.4
DCET11T304L-FX ° 11.6|9.53 |3.97| 0.4 | 4.4 %}%
2O A s |
- DCET11T301R-FY ° 11.69.53|3.97| 0.1 | 4.4 = 193
p DCET11T302R-FY ® 11.6|9.53 3.97| 0.2 | 4.4 r\B @}cﬂ
DCET11T304R-FY ° 116|953 |397| 04 | 44 | 75 7 Wi
Fls|m[Rr ?JI
DCET11T301L-FY ° 11.6|9.53 |3.97| 0.1 | 4.4
DCET11T302L-FY ° 11.6|9.53 |3.97| 0.2 | 4.4
DCET11T304L-FY ° 11.6|9.53 |3.97| 0.4 | 4.4
DCEW11T301 ° 11.6|9.53 | 3.97| 0.1 | 4.4
DCEW11T302 ° 11.6|9.53 3.97| 0.2 | 4.4
DCEW11T304 ° 11.6|9.53 | 3.97| 0.4 | 4.4
DCMT11T304-MP ° 11.6|9.53 |3.97| 0.4 | 4.4
DCMT11T308-MP ° 11.6|9.53 |3.97| 0.8 | 4.4
DCMTO070204-MK oo 7.75|6.35|2.38| 0.4 | 2.8
DCMT11T304-MK o o 11.6|9.53 | 3.97| 0.4 | 4.4
DCMT11T308-MK oo 11.6|9.53 | 3.97| 0.8 | 4.4

P> 1EIE#SR Turning Condition Table — Page : P.182




EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels - ® R / O TR : EENT Continuous Cutting
; _ € £’ /| CE TR | —MRINT General Cutting
gy (M| RI5 Stailess Steels % E—1676 / © E_87 : BT Interrupted Cutting
I $284 Cast Iron - — AR NO Recommend
# 8242 Aluminum Alloys € | F: NI Finishing

S : 3#$EMN T Semi Finishing
M : 0T Medium
R : #80T Roughing

18815 Grade R=F Dimension (mm)

=iB&< High Temp Alloys -
sAEE 8 Hardened Steels

sTHERSE S JIE 2D
Order No. = Drawing
e
a
= DCGWO070202-PC @ [794/6.35/2.38| 0.2 | 2.8
I ! @
» DCGWO070204-PC ® |7.94|6.35238| 0.4 | 2.8 . - HE
é_ r B []3d1 72
DCGW11T302-PC ® [11.6]952(3.97| 0.2 | 44 | & 9 L=+ [ 192
F \ S \ M \ R | DCGW11T304-PC ® 11.6/9.52|3.97| 0.4 | 4.4 ey 7 193
2 DCGWO070202P07-PC @® (7.94(6.35/2.38| 0.2 | 2.8 CA }+S>
. DCGWO070204P07-PC @® (7.94(6.35/238| 04 | 2.8 ” ] AT
- r B [[{d1 |72
DCGW11T302P07-PC ® (116(9.52397| 0.2 | 44 % e %7" 204
F|s|M| R | DCGW11T304P07-PC ® [116|952(397| 04 | 44| T
P> IBIEHSR Turning Condition Table — Page : P.182
S+ Alloy Steels ° s | 8| - @ E—IRE / O FETHRE : FENMT Continuous Cutting
€ E—ifiE /| G TR | —ARINT General Cutting
v —_
yill Tﬁ' L) SE o SEED hd ® @ ¥ E—IERE / S FETIERE BRI T Interrupted Cutting
T #2485 Cast Iron ® - & | - — A#EREE NO Recommend
g gRasE Aluminum Alloys O - - e F : #I0L Finishing /
= _ S : ##EMNT Semi Finishing
=iB&% High Temp Alloys | O % © M : ST Medium
A E M Hardened Steels R : #830T Roughing

+1E8H% Grade R=t Dimension (mm)
STHES olglg 7 208 i
Order No. Drawing ﬁm
0 SCGT09T304-FA ® |9.53(9.53(3.97| 04 | 4.4 )7:.']_
ﬁv SCGT09T308-FA ® |9.53]9.53(3.97| 0.8 | 4.4
SCGT09T304-FB | @ 9.53|9.533.97| 0.4 | 4.4
SCGT09T308-FB | ® 9.53|9.53(3.97| 0.8 | 4.4
SCMTO09T304-SP ° 9.53|9.533.97| 0.4 | 4.4 A s &
{ e HE =3
2 r O IB “Td1 | 7042 =
R =7 194 =
Fls|m|R oo 5
SCMT09T304-MP ° 9.53|9.53|3.97| 0.4 | 4.4 2
(o) -
s — iy w
S D
=L
Fls|m|R @
SCMT09T304-MK oo 9.53]9.533.97| 0.4 | 4.4
ﬁ SCMTO09T308-MK o o 9.53/9.53(3.97| 0.8 | 4.4
Fls|m|R

P> IHIE#ER Turning Condition Table — Page : P.182




EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels ® G| 8| - @ E—HERE / O ETHERE : EENT Continuous Cutting
_ € £ /| CE TR | —MRINT General Cutting

(M FBEM Steinless Stecls | @ *1® % B—{876 / > B : BN Interrupted Cutting
T $=8% Cast Iron (] - | e | - — A#ERE NO Recommend
g $24&% Aluminum Alloys @) -|- e F : $&I0TL Finishing

— : S Semi Finishi

=iB& % High Temp Alloys | O ® | & | - M :ﬁﬁ@ﬁegﬁk inishing

#AE 8 Hardened Steels R : #8410 Roughing

118815 Grade R=F Dimension (mm)
I REARSR 2|22 71/ 2D
Order No. Drawing
TCGT090204-FA ® | 96 556|238 0.4 | 25
TCGT110204-FA ® 11.0(6.35|238 04 | 2.8
TCGT16T304-FA ® |16.5(9.53(3.97 | 04 | 4.4
TCGT16T308-FA ® |16.5(9.53(3.97 | 0.8 | 4.4
TCGT090204-FB | ® 9.6 |5.56(2.38| 0.4 | 25
TCGT110204-FB | ® 11.0 6.35|2.38| 0.4 | 2.8 oM
TCGT16T304-FB | @ 16.59.53(3.97 | 0.4 | 4.4 & S ?Jf
TCGT16T308-FB | @ 16.59.53(3.97 | 0.8 | 4.4 /\
TCMT110204-MP ° 11.0 6.35|2.38| 0.4 | 2.8 \@B Eﬂ;ﬁ] -
AT e
207
TCMT110204-MK o o 11.0 | 6.35|2.38 | 0.4 | 2.8
\ TCMT16T304-MK o o 16.59.53(3.97 | 0.4 | 4.4
TCMT16T308-MK o o 16.59.533.97 | 0.8 | 4.4
Fls|m|R

P> 1EIE#SR Turning Condition Table — Page : P.182
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EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels e ¢ |8 @ E—HERE / O ETHERE : EENT Continuous Cutting
€ £ /| CE IR | —MRINT General Cutting

gy (MR Stailess Steels bl B % B0 / > B : BUENNT Interrupted Cutting
T $=8% Cast Iron o — | & — A#ERE NO Recommend
g $255E Aluminum Alloys of—-1- F : $&I0TL Finishing

— : S Semi Finishi

=:B&% High Temp Alloys o 8| & M :iﬁ@ll\negir::n inishing

RE5 M Hardened Steels R : #8/1T Roughing

18815 Grade R~F Dimension (mm)
R FBHRSE = | == 7]R 2D

Order No. Drawing

| VBET110301R-FX ° 11.16.35|3.18| 0.1 | 2.8
« O VBET110302R-FX ° 11.16.35]3.18| 0.2 | 2.8
' VBET110304R-FX ° 11.16.35|3.18 | 0.4 | 2.8
Fls|m|R
| VBET110301L-FX ° 11.16.35]3.18| 0.1 | 2.8
i 0/ VBET110302L-FX ° 11.16.35]3.18| 0.2 | 2.8
VBET110304L-FX ° 11.16.35]3.18| 0.4 | 2.8
Fls|m|R
) VBET110301R-FY ° 11.16.35]3.18| 0.1 | 2.8
O VBET110302R-FY ° 111/6.35(3.18| 0.2 | 2.8 %E
VBET110304R-FY ° 11.16.35]3.18| 0.4 | 2.8 A . 197
Fls|m|R -
VBET110301L-FY ° 11.1]6.35[3.18] 0.1 | 2.8 %B@%If? HE
_O VBET110302L-FY ° 11.16.35]3.18| 0.2 | 2.8 7230*? _—
VBET110304L-FY ° 11.16.35]3.18| 0.4 | 2.8 P
Fls|m|R
VBEW110301 ° 11.16.35]3.18| 0.1 | 2.8
@) VBEW110302 ° 11.1]6.35|3.18| 02 | 2.8 5
' VBEW110304 ° 11.16.35]3.18| 0.4 | 2.8 i i
Fls|m[R %
_ | vBMT160404-MK o o 16.6|9.53|4.76 | 0.4 | 4.4 e
ﬁ VBMT160408-MK o o 16.6|9.53|4.76 | 0.8 | 4.4
Fls|m|R
P> IEIEHSR Turning Condition Table — Page : P.182
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EBSHE ] A

CARBIDE TURNING INSERTS

§fi44 Alloy Steels - |- @ =R / O TR : F&NT Continuous Cutting
€ £ /| CE TR | —MRINT General Cutting

® EIERE / < ETHERE | &N T Interrupted Cutting

I #H#, Cast Iron — X NO Recommend
# gEEE Aluminum Alloys e ¢ F : &0 Finishing
- N S : H4BNT Semi Finishing

CARGRN BN BN J
[ ANGRN BN BN J
|
|

=iB&< High Temp Alloys
sAEE# Hardened Steels

M : 0T Medium
R : #80T Roughing

118815 Grade R~F Dimension (mm)
I FEARSR 2|2 71K 2D

Order No. Drawing

VCGT110302-FA ° 11.16.35]3.18 | 0.2 | 2.8
VCGT110304-FA ° 1116.35]3.18| 0.4 | 2.8
VCGT160402-FA ° 16.6|9.52|4.76 | 0.2 | 4.4
VCGT160404-FA ° 16.6]9.52|4.76 | 0.4 | 4.4
VCGT160408-FA ° 16.6]9.52|4.76 | 0.8 | 4.4
VCGT110302-FB ° 11.1]6.35[3.18] 02 | 2.8
VCGT110304-FB ° 11.16.35]3.18 | 0.4 | 2.8
VCGT160402-FB ° 16.6]9.52|4.76 | 0.2 | 4.4
VCGT160404-FB ° 16.6|9.52|4.76 | 0.4 | 4.4
VCGT160408-FB ° 16.6]9.52|4.76 | 0.8 | 4.4
VCET110301R-FX ° 11.1]6.35(3.18| 0.1 | 2.8
VCET110302R-FX ° 11.1]6.35[3.18] 02 | 2.8
VCET110304R-FX ° 11.1]6.35]3.18| 0.4 | 2.8
™~ VCET110301L-FX ° 11.1]6.35[3.18] 0.1 | 2.8
VCET110302L-FX ° 11.1]6.35[3.18] 02 | 2.8
VCET110304L-FX ° 11.1]6.35[3.18| 04 | 2.8 AL S
07 Bl
is VCET110301R-FY ° 11.1]6.35(3.18| 0.1 | 2.8 | <35 7 am
i VCET110302R-FY ° 11.1]6.35]3.18] 02 | 2.8 Vi
% VCET110304R-FY ° 11.16.35]3.18| 0.4 | 2.8 L
e Fls|m|R -
VCET110301L-FY ° 11.16.35]3.18| 0.1 | 2.8 A
@) VCET110302L-FY ° 11.16.35]3.18| 0.2 | 2.8 210
VCET110304L-FY ° 11.1]6.35]3.18| 0.4 | 2.8 2
Fls|m|R
VCEW110301 ° 11.1]6.35|3.18| 0.1 | 2.8
@) VCEW110302 ° 11.1]6.35]3.18] 02 | 2.8
VCEW110304 ° 11.1]6.35[3.18| 0.4 | 2.8
g Fls|m[R
2 VCGT110301-SP ° 11.1]6.35[3.18] 0.1 | 2.8
e VCGT110302-SP ° 11.1]6.35[3.18] 02 | 2.8
s VCGT110304-SP ° 11.1]6.35[3.18| 0.4 | 2.8
3 Fls|m[R
= — | vcGW110302-PC ® |11.1]635/3.18| 02 | 2.8 A .
o VCGW110304-PC ® [11.1/6.35|3.18) 04 | 28 | — g,
@ VCGW160402-PC ® |165/952/476| 02 | 44 \B ﬁﬁfﬁ]
F|s| M| R|vcewieosod-Pc ® |16.5]9.52(4.76] 0.4 | 4.4
—— | veaw110302pP07-PC ® [11.1/6.35/3.18] 0.2 | 2.8 A S
VCGW110304P07-PC ® [11.1]6.35/3.18| 0.4 | 28 |, i B ny
VCGW160402P07-PC ® [165/952(4.76| 02 | 4.4 Q‘B %d?“
F|s|M| R | VCGW160404P07-PC ® [165/952(4.76| 0.4 | 4.4 r

P> IEIEHSR Turning Condition Table — Page : P.182




EBSHE ] A

CARBIDE TURNING INSERTS

@ =R / O SRS : F&NT Continuous Cutting
€ £ /| CE MR | —MRINT General Cutting

® EIEE / < ETHER | &N T Interrupted Cutting
— F#ERE NO Recommend

=iB&< High Temp Alloys

$l#7 Alloy Steels BN S S
A58 Stainless Steels 8| 8| 8| s
m M
T #&48 Cast Iron -2 s |8
g $#25 % Aluminum Alloys - ===

sAEE#f Hardened Steels

R FEHmER

Order No.

METE Grade

F : #810L Finishing
S : *H$EMN T Semi Finishing
M : 0T Medium

R : #80T Roughing

R~t Dimension (mm)

715 2D &

Drawing

— CNMG120404-FF | @ | @ 129127476 | 0.4 |5.16
O CNMG120408-FF | @ | @ 129127476 | 0.8 |5.16
it
Fls|m|R
— CNMG120404-SM | @ | @ 129127476 | 0.4 |5.16
Q CNMG120408-SM | @ | ® 12.9(12.7 476 | 0.8 |5.16
o —t
Fls|m[R
Py CNMG120404-SP ° 12.9(12.7 476 | 0.4 |5.16
f c CNMG120408-SP ° 12.9(12.7 476 | 0.8 |5.16
Fls|m[R
CNMG120404-MP | @ | @ | @ | @ 12.9(12.7 476 | 0.4 |5.16
CNMG120408-MP | @ | @ | @ | @ 129127476 | 0.8 |5.16 %}%
=
CNMG120412-MP | @ | @ | @ | ® 129127476 | 1.2 |5.16 189
Fls|m|R 190
pIfE
WAL=
202
Fls|m[R
CNMG120408-RG oo 12.9(12.7|476| 0.8 |5.16
Fls|m[R
. CNMG120408-RK L ) 129127476 | 0.8 |5.16
fﬁ CNMG120412-RK [ 12.9]12.7 |4.76 | 1.2 | 5.16
| ,@_ __
Fls|m[R
; CNMG120408-HG ) 12.9(12.7 476 | 0.8 |5.16
CNMG120412-HG ° 129127476 | 1.2 |5.16

P> EIE#SR Turning Condition Table — Page : P.183
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EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels E 2 S ) @ E—HERE / O ETHERE : EENT Continuous Cutting
€ £ /| CE TR | —MRINT General Cutting

gy (MR Stailess Steels G816 O g m g« BT : BT Interrupted Cutting
T $=8% Cast Iron S| B 8|0 — A#ERE NO Recommend
g $2&% Aluminum Alloys - =1 =10 F:#®mIFinishing

=maas S : 4EMNT Semi Finishing

=R & E High Temp Alloys BB | M : ST Medium

sHEE# Hardened Steels () R : #2851 Roughing

118815 Grade R=F Dimension (mm)
I REARSR 2|22 7R 2D &
Order No. Drawing
DNGX110401-FP ® [11.6]952(476| 0.1 | 45
DNGX110402-FP ® [11.6]952(476| 02 | 45
DNMG150404-SP ° 15.5|12.7 |4.76 | 0.4 |5.16
S.
DNMG150404-MP ° 15.5|12.7|4.76| 0.4 |5.16 ’\ B L] -
a — ®
DNMG150408-MP ° 155|127 | 476 0.8 |5.16] ~°° e
191
192
DNMG110408-RG ° 11.69.52 |4.76 | 0.8 |3.81
N DNMG150408-RG o o 15.5|12.7 |4.76 | 0.8 |5.16
Fls|m[R

P> IEIE#SR Turning Condition Table — Page : P.183

5
il #fii#2 Alloy Steels 2| 8% | 8 ® E—HREE / O FETHE : FENT Continuous Cutting
B s e| e € E—RE /| CETHRE . —ARINT General Cutting
7] mn — ¥ FE—HE / & FEITHE BN Interrupted Cutting
= T $584 Cast Iron S| B8 — ¥ NO Recommend

# #RE = Aluminum Alloys - =1 - F : #810L Finishing

" =iB& < High Temp Alloys S| B8 S : JASHIL Semi Finishing

M : 0T Medium
R : #80T Roughing

R~t Dimension (mm)

sAEE M Hardened Steels

B J1H 2D B
Order No. Drawing
& SNMG120404-SM ) 12.7|12.7|4.76 | 0.4 |5.16
=
o
D
=
= =
=1 N T
= SNMG120404-MP ) 12.7 |12.7|4.76 | 0.4 |5.16 A é 19:
=3 SNMG120408-MP ) 12.7 |12.7|4.76 | 0.8 |5.16 R
7 d1
D SNMG120412-MP ) 12.7 |12.7|4.76 | 1.2 |5.16 r\O " B I @
=+ L =
@ j\:‘90" 7]*%
SNMG120408-RK BN ) 12.7|12.7 |4.76 | 0.8 |5.16 205
SNMG120412-RK ) 12.712.7|4.76| 1.2 |5.16
Fls|m[R

P HIE#ER Turning Condition Table — Page : P.183




EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels BN S S @ R / O TR : EENT Continuous Cutting
€ £ /| CE IR | —MRINT General Cutting
(M FBMStinlessStedls [ # [ @ [ @ | ® E—17 | & E—#7 : BT Interrupted Cutting
T $=8% Cast Iron - | @ | B8 — A#ERE NO Recommend
# gRE = Aluminum Alloys - === F : #10T Finishing
B S : ¥4EANT Semi Finishing

SiB&& HighTempAlloys | 8 | & | & | &
sAEE 8 Hardened Steels

M : 0T Medium
R : #80T Roughing

18815 Grade R=F Dimension (mm)
RTRBHRSR = | == 7JR 2D

Order No. Drawing

TNMG160408-FP YIS 16.59.53|4.76 | 0.8 | 3.81
R
TNMG160408-SM | ® | ® 16.5|9.53|4.76| 0.8 |3.81
R
TNMG160404-SP ° 16.59.53|4.76 | 0.4 | 3.81
TNMG160408-SP ° 16.5/9.53|4.76 | 0.8 | 3.81
R
TNMG160404R-ME ° 16.5/9.53|4.76 | 0.4 | 3.81 .
g
TNMG160408R-ME ° 16.59.53|4.76 | 0.8 | 3.81 e
194
195
R
TNMG160404L-ME ° 16.59.53|4.76 | 0.4 | 3.81 L) s .
e =
TNMG160408L-ME ° 16.59.53|4.76 | 0.8 | 3.81 Tie 5
r\ B jd1 | 205 ﬁﬁj
- = I - 206 %
TNMG160404-MP ° ° 16.5|9.53|4.76| 0.4 |3.81 e
TNMG160408-MP ° ° 16.5|9.53|4.76| 0.8 |3.81
TNMG160412-MP ° 16.59.53|4.76 | 1.2 | 3.81
R
TNMG160408-RK ° 16.5|9.53|4.76| 0.8 |3.81
Fls|m[R
TNMG160408-HG YRS 16.5/9.53|4.76 | 0.8 | 3.81 %
A TNMG160412-HG ° 16.5/9.53|4.76 | 1.2 | 3.81 =2
D
_|
Fls|m[R 5
=
(o]
=3
— w
D
=L
Fls|m|R @

P> 1EIE#SR Turning Condition Table — Page : P.183




EBSHE ] A

CARBIDE TURNING INSERTS

47 Alloy Steels - @ R / O TR : E&NT Continuous Cutting
< : _ € E—HRE / CETHRE : —RIIT General Cutting

G o JEEMEEIEEED ® E—E | © E_IRH : BENT Interrupted Cutting

$=8% Cast Iron - — A3 NO Recommend

$255E Aluminum Alloys ¢ F : ¥&I0TL Finishing
S : 3H$EMNT Semi Finishing
M : 0T Medium

R : #8730 T Roughing

18815 Grade R=F Dimension (mm)

=iB&% High Temp Alloys -
sAE 8 Hardened Steels

RIRBARSR
Order No.

TNGA160402-PC . )

™ X

TNGA160404-PC 16.5|9.52|4.76 | 0.4 |3.81 /\
TNGA160408-PC 16.5(9.52 4.76 | 0.8 |3.81| I B {d1

Fls|m|R A

P> 1HIE#ER Turning Condition Table — Page : P.183

7lF 2D H

Drawing

{ BN BN B DERIH a0d

$H#7 Alloy Steels 8 ® E—HERE / O B THERE : EENT Continuous Cutting
€ E—ifiE /| G TR | —MRINT General Cutting
¥ E—IERE / S FETIERE  ERENNT Interrupted Cutting

— ¥ NO Recommend

F : #8h0L Finishing
S : ##EMNT Semi Finishing
M : 0T Medium

R : $80T Roughing

148555 Grade R~F Dimension (mm)
FIEE AR SR = |2 = 7R 2D

=
p =
A
&
&
(%2}
B
=)
&
(7]
(7]
(%2}
S
0]
(7]
8
SRR
SRR
8 8

#8489 Cast Iron —
#2558 Aluminum Alloys -
=SiBAa& HighTempAlloys | 8 | € | € | &
A& # Hardened Steels

IF S 1 5 S
L H

Order No. Drawing

VNMG160404-MP [ N 16.5]9.53 |4.76 | 0.4 |3.81

Z0 /| vNmMG160408-MP ° 16.5|9.53 |4.76 | 0.8 | 3.81 Pt
B VAL

196

Fls|m|R ' =N
| VNMG160408-RG o o 16.5|9.53|4.76 | 0.8 | 3.81 %@BEIM .
S e [ES
) Z
e e

207

Fls|mM|R
P> 4% #SR Turning Condition Table — Page : P.183
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EBSHE ] A

CARBIDE TURNING INSERTS

$l#7 Alloy Steels BN S S ® R / O B THERE : EENT Continuous Cutting
€ £ /| CE MR | —MRINT General Cutting
gy (M| FBMSinlessStedls [ # [ @ [ | % E—{876 / > B : BN Interrupted Cutting
T $=8% Cast Iron - | @ | B8 — A#ERE NO Recommend
# &= Aluminum Alloys - === F : #80T Finishing

S : *H$EMN T Semi Finishing
M : 0T Medium
R : #80T Roughing

SiB&& HighTempAlloys | 8 | & | & | &
sAEE#f Hardened Steels

118815 Grade R=F Dimension (mm)
I FEARSR 2|22 71/ 2D
Order No. Drawing
5 WNMG080408-FP e o 8.7 |12.7|4.76| 0.8 |5.16
WNMG080404-SP | @ | @ 8.7 |12.7|4.76| 0.4 |5.16
WNMG080408-SP ° 8.7 |12.7|4.76| 0.8 |5.16
Y
. WNMG080404-MP | ® | ® ° 8.7 |12.7|4.76| 0.4 |5.16 S, 713592
1?63\ WNMG080408-MP | @ | @ ° 8.7 |12.7|4.76| 0.8 |5.16 YA
s r [
= WNMG080412-MP | @ | @ ° 8.7 |12.7|4.76| 1.2 |5.16 LN .
. IS
Fls|m|R . B e
" WNMG080408-RK ° 8.7 [12.7|4.76| 0.8 |5.16 212 /
o
Fls|m|R
X WNMG080408-HG e o 8.7 |12.7|4.76| 0.8 |5.16
@_ WNMG080412-HG e o 8.7 |12.7|4.76| 1.2 |5.16 5
Fls|m[R %
P> 1HIE#SR Turning Condition Table — Page : P.183 e
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tIEIF A2 [ BRI ]

RECOMMENDED TURNING CONDITION TABLE

IEABIET] /R POSITIVE INSERT

HEE | 1SOMH MIHE e mupee | mmeem | 00 (SR
p Material Hardness Vc (m/min) f (mm/rev) AP .
Breaker Group (Indicates Radius)
MP 0.10~0.30 0.20~2.00
MG . 0.10~0.50 0.20 ~3.00
tix =5
XF Carbon S35C,S45C,S50C HRC<20 80 ~ 160 0.05~0.15 0.20~1.50
Steels
YF 0.05~0.18 0.20~1.00
FG 0.05~0.18 0.20 ~2.00
MP 0.10~0.30 0.20~2.00
MG 0.10~0.45 0.20 ~2.50
=f
XF Alloy SCM,SKT,SKD HRC20~40 60~ 100 0.05~0.15 0.20~1.50
Steels
YF 0.05~0.18 0.20~1.00
FG 0.05~0.18 0.20~2.00
MP 0.10~0.25 0.20 ~1.50
MG 0.10~0.30 0.20 ~2.00
N
XF Stainless SUS304 = 60 ~ 100 0.05~0.15 0.10~1.50
Steels
YF 0.05~0.18 0.10~1.00
FG 0.05~0.18 0.10~1.50
\ MP 0.10~0.30 0.20~2.00
MG _ 0.10~0.50 0.20 ~3.00
=
t)] XF Cast FC,FCD HRC<30 80 ~ 150 0.05~0.15 0.20~1.50
) Iron
Hl YF 0.05~0.18 0.20 ~ 1.00
|5Z
}; FG 0.05~0.18 0.20~2.00
2‘% AG N 100 ~ 300 0.10~0.40 0.30~4.00
-~ il
iE':.'ﬁ Al 5052 /6061 /
=2 Aluminum 7075 —
‘I%U Alloys
PC 300 ~ 1,000 0.05~0.25 0.10~1.00
| |
MP 0.10~0.20 0.20~1.00
MG 0.10~0.25 0.20 ~1.00
Y=t
XF Titanium TiAlI6V4 — 30~70 0.05~0.10 0.10~1.00
Alloys
YF 0.05~0.13 0.10 ~0.50
FG 0.05~0.13 0.10~1.00

X% IHI/ATE / Cutting formula : S(EIMFFEE) = Ve(TIHIZERE) X 1000 / D(AME) / (3.14) FOELRERE) = (B ERE) X S(EMEFE)
X BEARAREHEENSHERSSHENT - NIRRT - BiEERSSH -

We recommend starting with slow speeds and feeds. If processing goes well, you can raise parameters gradually.
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tIEIF A2 [ BRI ]

RECOMMENDED TURNING CONDITION TABLE

B8/BETIH NEGATIVE INSERT

Breaker Group (Indicates Radius)

FP 0.10~0.30 1.00 ~ 3.00

sM 0.15~0.35 0.80 ~ 3.00

SP 0.08 ~0.25 0.80 ~ 3.00

MP —— 0.18 ~0.50 0.80 ~ 4.00

ME Carbon | S35C,S45C,S50C | HRC<20 80 ~ 160 0.15~0.35 1.00 ~ 4.00

RK Steels 0.20 ~ 0.50 1.00 ~ 4.50

RG 0.25~0.58 1.50 ~ 5.50

RP 0.25~0.58 1.50 ~ 5.50

HG 0.20 ~ 0.60 1.50 ~ 6.00

FP 0.10~0.30 1.00 ~ 3.00

SM 0.15~0.35 0.80 ~ 3.00

SP 0.08 ~0.25 0.80 ~ 3.00

MP aom 0.18 ~ 0.45 0.80 ~ 3.50

ME Alloy SCM,SKT,SKD | HRC20~40 60 ~ 100 0.15~0.30 1.00 ~ 3.50

RK Steels 0.20 ~ 0.47 1.00 ~ 4.00

RG 0.25~ 0.54 1.50 ~ 5.00

RP 0.25~ 0.54 1.50 ~ 5.00

HG 0.20 ~ 0.55 1.50 ~ 5.50

FP 0.08 ~0.25 0.50 ~ 1.50

SM 0.10 ~ 0.30 0.10 ~ 3.00 _—

SP 0.10~0.30 0.20 ~ 3.00

MP B 0.15~0.35 0.30 ~ 3.50

ME M Stainless SUS304 — 60 ~ 100 0.15~0.35 0.30 ~ 3.50 1]

RK Steels 0.20~0.53 0.40 ~ 3.50 il

RG 0.20 ~ 0.53 0.40 ~ 3.50 &

RP 0.20 ~ 0.53 0.40 ~ 3.50 4

HG 0.20 ~ 0.55 0.40 ~ 3.50 e

FP 0.10~0.30 1.00 ~ 3.50 —

SM 0.15~0.35 0.80 ~ 3.00 B

SP 0.08~0.25 0.80 ~ 3.00 Hl

MP - 0.18~0.50 0.80 ~ 4.00 -

ME Cast FC,FCD HRC<30 80 ~ 150 0.15~0.35 1.00 ~ 4.00

RK Iron 0.20 ~ 0.50 1.00 ~ 4.50

RG 0.25~0.58 1.50 ~ 5.50

RP 0.25~0.58 1.50 ~ 5.50

HG 0.20 ~ 0.60 1.50 ~ 6.00 -

N =

PC Aonam | A 5052, 8061/ — 300~1000 | 0.05~025 0.10~2.00 5
Alloys o

FP 0.08 ~0.20 0.50 ~ 1.00 %_

SM 0.10~0.25 0.10 ~1.00 =

SP 0.10~0.25 0.20 ~1.00 >

MP EIN=d 0.15~0.30 0.30 ~1.00 g!’

ME Titanium TiAIBV4 — 30~70 0.15~0.30 0.30 ~ 1.00 ®

RK Alloys 0.20 ~0.30 0.40 ~ 1.00

RG 0.20 ~0.30 0.40 ~ 1.00

RP 0.20 ~0.30 0.40 ~ 1.00

HG 0.20 ~0.30 0.40 ~ 1.00

X HHIATE / Cutting formula : S(EEEFEE) = Vc(LIHIZEE) X 1000/ D(AME) / n(3.14)  FOELAERE) = (SEERE) X S(EWERE)
X ERARAREINEENSHERESHNT - MNIRRERY - BEERSSH -

We recommend starting with slow speeds and feeds. If processing goes well, you can raise parameters gradually.
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FRITE 4

TECHNICAL DATA

TR IR hERfZR 5% FAILURE ANALYSIS AND SOLUTION

TIREIEIRR IR R E
Failure Status Reason Solution
- BIEMARESHMERS o

Thermal Cracking

- HIHERE (Vo) BE - MELSH -

Intermittent heating of the cutting edge.
High speed, high volume metal removal.

Use heat resistant grades.

- EREARTIA -

Use positive rake insert.

- ERHBRARABENTIR

Increase nose radius.

- [RELDHIERE (Vo) ~ SEELRE (f) DR (Ap) ©

Reduce speed, feed or depth of cut.

B7) (RHE)
Tipping

- TR MEKME -

Cutting tool excessively brittle.

- BRI ESRIMES -

Use tougher grades.

- ERAAEETIA -

Ues negative rake insert.

- ERABARAENTIA -

Increase nose radius.

- ERTIOBERENTIR -

Use increased edge land.

- FRELIHIZERE (Vo) ISIERE (f)

Reduce cutting speed and feed.

‘wumrm H AL (R

E &
Flank Wear

- JIRHEAREK -

Cutting tool too soft.

- LIBVERE (Vo) 1B

Machine speed too fast.

- BEEEESHEMERMER -

Use harder and more wear resisitanat grades.

- FRELIHIZERE (V)

Reduce cutting speed.

- IBISEESRE () -

Increase feed.

- ERRANR -

Use coolant.

G

RS0 e e

- WINTIMEEER - MSEMREES -

Cutting material working harden cause serious

- FRELIHIZERE (Vo) ISIERE (f) -

Reduce cutting speed and feed.

. - BRELDR (Ap) ©
wear of insert. Reduce depth of cut.
M P&
Notching
- IRSIHIZEE (Vc) °

B (FE)
Bulite-Up-Edge(Bue)

- UIRVZEEE (Vo) IBIE -

Cutting speed too slow for material being
machined.

Increase cutting speed.

- BEEERHBRENMER -

Use friction reducing grades.

- EAERMRENLAR -

Use high lubricity coolant.

BILERZ

Deformation

- HIHPEE (Vo) SREIERE () B -

Heavy feeds or higher cutting speed.

- BEREESHMETS -

Use a harder gardes.

- BEREDARNSHMER -

Use more heat resistant grades.

- [REHIZRE (Vo) SNBEELRE (f) o

Reduce cutting speed or feed.

B EEE
Crater Wear

© MIMEMTIR ZEBECERRE » LEIE

B (Ve) BK °

It is due to a chemical reaction between the
workpiece material and insert and is amplified
by cutting speed.

- BEEEESHMER -

Use a harder gardes.

- BRRLTEIRE (Vo) MISEERE ()

Reduce cutting speed and feed.
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PRODUCT SELECTION TABLE

N £LEJJ18 External Turning Toolholders

i mcKn

i mcen

i sSCLc

E{Rf Entering Angle:

75°

A
PHERR T

P.189 16~32D

*{RA Entering Angle:

95°

MEHR T

P.189 16~32D

THAERR T

P.190 16~32D

E{RA Entering Angle:

MHAERR T

P.191 12~25D

ZE{RA Entering Angle:

MERRT

STRC

mvvir

X{RA Entering Angle:

90°
MARR

SvaC

Z{"A Entering Angle:

PHERR T

P.199 20~25D

E{RA Entering Angle:

Z{RA Entering Angle:

117.5°

I
mERRT
20~32D

P.196

FfRA Entering Angle:

MARR

P.198 12~25D




SMEZEETIIF ISO #e iR &8

ISO DESIGNATIONS FOR EXTERNAL TURNING TOOLS

M C L N R — 20 20 K -

TIE BERs A = TIE Tk
Type Of Locking Insert Shape
oh, FLL B | [ oo (0
C M w A B C D H
o ¥, T | [»[o]o
P s \_ D M 0 R s %
Entering Angle

90° 75°

SN AN
A Bp\‘c K L M

kL0 B e
E

m

L

Special

A%\
O

3

X

TR BEBAE JTIEEE JEER
Clearance Angle Shank Height Shank Length
l [ | I ek | RT
-3 |5 |7 JA/15° J)/zo“ Code | (mm)
A B c D E HT IH A 32 =]
\ | | Special
J)/ZS" bso’ —~=0" JA/W B 40 ZE'J
F G N P X Cc 50 +
o D 60
5 MEIAE 7 JRREE
Cutting Direction Shank Width E 0
F 80
<= <> — EN G 90
I \ O \ H 100
D
@ J 110
R N L L L 140 =
=
TIH B SRR M| 150 S
Insert Length Optional Code N 160 =
P 170 o
O 4& cm B
B c D R 200 %
<:> Va4 s 250 @
M e T 300
OO oo
—\ ‘ . ‘ . \% 400
o) R S w 450
ey O Y 500
VLL’J w e X Special




AIEEEJITF ISO #mis R85

ISO DESIGNATIONS FOR INTERNAL TURNING TOOLS

S 20 R — M C L N R -

1 1 7]&"".‘
Shank Design

(73 B E
Code Design
S S o
Steel Shank.
A AR + P HIKEL ©
Steel Shank + Coolant Hole.
B RSB -
Steel Shank + Device Anti-Vibration.
c S5 EA o
Cemented Carbide Shank With Steel Head.
b RSB + Pl k3, o
Steel Shank + Device Anti-Vibration + Coolant Hole.
. SRIIT + PR o
Cemented Carbide Shank With Steel Head + Coolant Hole.
. RIS -
\ Cemented Carbide Shank With Steel Head + Device Anti-Vibration.
G MEHHA + P KTL ©
Cemented Carbide Shank With Steel Head + Device Anti-Vibration + Coolant Hole.
’ EaE -
Heavy Metal Shank.
2 J EEE + KA o
7] Heavy Metal Shank + Coolant Hole.
=
1%

—
=
=
=
=}
«©
—
]
o
>
2
Q.
@
=
(7]




JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

mcKn

F{RA Entering Angle:

75°

e

HEJIRETR Right-Hand Shown

M IRET BB R R~ Dimension (mm) BRI Shim | Wrench | Screw | Clamp | Wrench
Order No. . . =\ | I @
(Steel Shank) LES ) =N
MCKN®/.-1616K-12 16 20 125 16
= MS625TX
MCKN"/-2020K-12 20 25 125 20
= CN..1204.. | MLP46-A | CMS432 PL25 MC620 ETL15
MCKN"/ -2525M-12 25 32 150 25
. MS630TX
MCKN"/ -3232P-12 32 40 170 32
P> 2B TIR Insert — Page : P.177 P> 14I1&#SR Turning Condition Table — Page : P.183
- L |
ID
F{RA Entering Angle: o
°
95 H1 H
‘:. ol ) « —
<«
- J AEJIHEER Right-Hand Shown
WA ART B 4w s Pin Shim | Wrench | Screw | Clamp | Wrench
Order No. *E]Eijejf =\ | WIm ,_@. =\
(Steel Shank) (
MCLNR/L-1616K-12 16 20 125 16
MS625TX
MCLNR/L-2020K-12 20 25 125 20
= CN..1204.. | MLP46-A | CMS432 PL25 MC620 ETL15
MCLN"/ -2525M-12 25 32 150 25
= MS630TX
MCLN"/ -3232P-12 32 40 170 32

P> 2B TIH Insert — Page : P.177

P> EIE#ESR Turning Condition Table — Page : P.183
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JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

, . |
2l 1o
mcrir 50° T

F{RA Entering Angle:

50° Lﬂ_ ol HI H

<+

©)

L J HAEJIRER Right-Hand Shown

M IRET BB R BRI Pin Shim | Wrench | Screw | Clamp | Wrench
Order No. . (=] . =\ | I @
(Steel Shank) LES : N
MCNNN-1616K-12 16 8.0 125 16
MS625TX
MCNNN-2020K-12 20 10.0 125 20
CN..1204.. | MLP46-A | CMS432 PL25 MC620 ETL15
MCNNN-2525M-12 25 12.5 150 25
MS630TX
MCNNN-3232P-12 32 16.0 170 32
P> B2 TIR Insert — Page : P.177 P> 14I1&#SR Turning Condition Table — Page : P.183

E—

SCLCO

F{RA Entering Angle:

95° ' | E
v

i )
- J AEJIEER Right-Hand Shown

i =T IR e Screw

fﬁ%ﬁipﬁjﬁsﬁ ?ﬁz?f g

(Steel Shank)
SCLC?/,-1010H-06 10 12 | 100 | 10
- CC..0602.. MS2506A ETF09

SCLC®/,-1010K-06 10 12 | 125 | 10

SCLC/,-1212H-09 12 16 | 100 | 12

SCLC®/,-1212K-09 12 16 | 125 | 12

SCLC®/,-1616K-09 16 20 | 125 | 16 CC..09T3.. MS4011A ETF15

SCLC®/,-2020K-09 20 25 | 125 | 20

SCLCV/,-2525M-09 25 32 150 25

SCLC®/,-2020K-12 20 25 125 20

SCLC®/,-2525M-12 25 32 | 150 | 25 CC..1204.. MS5011A ETF20

SCLCF/,-3232P-12 32 40 | 170 | 32

P> 2B TIH Insert — Page : P.171 P> IEIE#ESR Turning Condition Table — Page : P.182



JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

D

scTiC o

F{RA Entering Angle: -
S H
- o @ ->\ > ol

L J HAEJIRER Right-Hand Shown

HIAH AT I AR ER R~} Dimension (mm) BRI Screw
Order No. Insert T (@
(Steel Shank)
SCNCN-1616K-06 16 8.0 125 16 CC..0602.. MS2506A ETF09
SCNCN-1212H-09 12 6.0 100 12
SCNCN-1212K-09 12 6.0 125 12
SCNCN-1616K-09 16 8.0 125 16 CC..09T3.. MS4011A ETF15
SCNCN-2020K-09 20 10.0 125 20
SCNCN-2525M-09 25 12.5 150 25
SCNCN-2020K-12 20 10.0 125 20
CC..1204.. MS5011A ETF20
SCNCN-2525M-12 25 12.5 150 25
P> $2EL TR Insert > Page : P.171 P> 1HIE#SR Turning Condition Table — Page : P.182
L |
@
F i =
/57
moJnrn e 7]
93° :E||=
F{RA Entering Angle:
93° 1
J H1 H
N+ ¥ v
<
©
L ) AEJI2ER Right-Hand Shown

WA ART B 4w Shim | Wrench | Screw | Clamp | Wrench

ALY

Order No. e
(Steel Shank) Insert L@ =\ W ‘l' =N

MDJN/,-2020K-1504 20 25 125 20 MS625TX

= DN..1504.. | MLP46L-A| DMS442 | PL25 MC622 | ETL15
MDJN"/,-2525M-1504 25 32 150 25 MS630TX

m
x
—_-
(0}
=
=
=2
—
c
=
>
=
(o]
-
o
2
>
o
Q.
(0}
-
(2]

P> BT Insert — Page : P.178 P> EIE#ESR Turning Condition Table — Page : P.183




JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

oo

F{RA Entering Angle:

107.5° 1T HI ]

. J HEJIRER Right-Hand Shown
SAAART F 4R PR TR Shim Screw Wrench Clamp Wrench

107.5°

(sgé’.esr #a% k) Insert ) =\ @ =

DDQN/,-2020K-1504 20 25 125 20

DDQN/ -2525M-1504 25 32 150 25 |DN..1504..| DMS442 | MS6013F PL40 MCD430 ETL20
DDQNY/-3232P-1504 32 40 170 32

P> 2B JIR Insert —> Page : P.178 P> 14I1&#SR Turning Condition Table — Page : P.183

L |
4 |
: A= T
72 sSoricC 62.5°
i F{RA Entering Angle:

62.5° I HI — IH

4—’**‘»

- / AEJIRET Right-Hand Shown
# STBES IR e Screw
y *gﬁ;{ﬁﬁjﬁsﬁ ?ﬁz?f g
|'><"| (Steel Shank)
@ SDNCN-1010H-07 10 5.0 100 10
E_’ SDNCN-1212H-07 12 6.0 100 12 DC..0702.. MS2506B ETF09
¢_::| SDNCN-1616K-07 16 8.0 125 16
g- SDNCN-1212H-11 12 6.0 100 12
g SDNCN-1212K-11 12 6.0 125 12
?_) SDNCN-1616K-11 16 8.0 125 16 DC..11T3.. MS4011A ETF15
3 SDNCN-2020K-11 20 10.0 125 20
% SDNCN-2525M-11 25 12.5 150 25
»

P> BT Insert — Page : P.172,173 P> I3 Turning Condition Table — Page : P.182




JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

)
=

SO0

F{RA Entering Angle:

107.5° ; HIA IH
o

L J HAEJIRER Right-Hand Shown

HAAET B4R SRR T Screw
Order No. Insert T (@
(Steel Shank)
SDQC®/,-1212H-11 12 16 100 12
SDQCR/,-1616K-11 16 20 125 16
= DC..11T3.. MS4011A ETF15
SDQC"/,-2020K-11 20 25 125 20
SDQC?/,-2525M-11 25 32 150 | 25
P> 2EZ TR Insert > Page : P.172,173 P> 1IBIE#SR Turning Condition Table — Page : P.182
L |
F i«
s O
msonri 45° 7]
=]
F1{®A Entering Angle: =
o
«¥ **‘—r
L ) AEJI2ER Right-Hand Shown

M RET BB AR R T Pin Shim | Wrench | Screw | Clamp | Wrench

OO Insert | W - =\ | W f‘ﬁ =\

(Steel Shank)

MSDNN-2020K-12 20 10.0 | 125 20 MS625TX
SN..1204..| MLP46-A | SMS432 | PL25 MC620 | ETL15
MSDNN-2525M-12 25 12.5 | 150 25 MS630TX

m
x
—_-
(0}
=
=
=2
—
c
=
>
=
(o]
-
o
2
>
o
Q.
(0}
-
(2]

P> BT Insert — Page : P.178 P> EIE#ESR Turning Condition Table — Page : P.183
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JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

sSS0C

F{RA Entering Angle:

45° L

<

g HEJIRETR Right-Hand Shown

HAAET B4R SRR T Screw
Order No. Insert T (@
(Steel Shank)
SSDCN-1212H-09 12 6.0 100 12
SSDCN-1616K-09 16 8.0 125 16
SC..09T3.. MS4011A ETF15
SSDCN-2020K-09 20 10.0 125 20
SSDCN-2525M-09 25 125 | 150 25
P> 2EZJIFR Insert — Page : P.173 P> 1HIE#SR Turning Condition Table — Page : P.182
- L |

60°

mrTen

F{RA Entering Angle:

60° HI IH

« 5 -
L ) AEJI2ER Right-Hand Shown
M RET BB AR R T Pin Shim | Wrench | Screw | Clamp | Wrench
Order No. = ‘ D g
i nset | (0 | /o\ | =\ | [ =\
MTENN-1216K-16 12 80 | 125 | 16
MTENN-1616K-16 16 80 | 125 | 16 . .
TN.1604..| MCP3 |Tws322| pL3o |MCS3S-| MCWS- | o 4
MTENN-2020K-16 20 | 100 | 125 | 20 09 P40
MTENN-2525M-16 25 | 125 | 150 | 25

P> BT Insert — Page : P.179,180 P> EI1E#FR Turning Condition Table — Page : P.183



JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

mrenr

F{RA Entering Angle:

105°

105°

HEJIRETR Right-Hand Shown

SMMIRET RS PR T Pin Screw | Wrench | Shim Clamp | Wrench
Order No. = , A
) }
o nsert | CffD | WD | ==V | /o\ ”E =\
MTQN'-2020K-16 20 | 2 | 125 | 20 o e0a.| mcps | MCS3S-| piag | Twsazz| MOWS | piag
MTQNF/,-2525M-16 25 32 | 150 | 25 B 1 P40

P> 2EZ TR Insert — Page : P.179,180

STRC
F{RA Entering Angle:
90°
o> €=

P> 1IEIE#FR Turning Condition Table — Page : P.183

v

| /A I
L/goo

T !

AEJIEER Right-Hand Shown

i =1 FEtmsic - Screw
y *gﬁ;{ﬁﬁjﬁiﬁ ?ﬁz?f g
(Steel Shank)
STACR-1010H-11 10 10 100 10
STACR-1212H-11 12 12 100 12 TC..1102.. MS2506A ETF09
STACR-1616K-11 16 16 125 16
STACR-1616K-16 16 16 125 16 TC..16T3.. MS4011A ETF15

P> BT Insert — Page : P.174

P> IEIE#ESR Turning Condition Table — Page : P.182
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JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

p L |
E D
F{RA Entering Angle:
117.5° T 1
" u il H1 H
¥ v v
4_ Q)
L © J HAEJIRER Right-Hand Shown
M IRET BB R BRI Pin Shim | Wrench | Screw | Clamp | Wrench
Order No. = R @
(o 1@3 (o) = i& WT7e
(Steel Shank) LES M
MVQNF/,-2020K-16 20 25 125 20 MS625TX
MVQN®/,-2525M-16 25 32 150 25 | VN..1604.. |MLP34L-A| VMIS322 PL20 MS630TX MC622 ETL15
MVQN®/,-3232P-16 32 40 170 32
P> 2EZJIR Insert — Page : P.180 P> 14I1&#SR Turning Condition Table — Page : P.183
- L |
@ Fl 8
& D
7] mvvir 72.5°
=
i F{RA Entering Angle:
o
I’ Ay
<« -
L A ) AEJI2ER Right-Hand Shown

M RET BB AR R T Pin Shim | Wrench | Screw | Clamp | Wrench

Order No. Insert (] =\ | I f‘ﬁ =\

(Steel Shank)

MVVNN-1616K-16 16 8.0 125 16 MSE25TX
MVVNN-2020K-16 20 10.0 125 20 |VN..1604.. MLP34L-A| VMS322 | PL20 MC622 | ETL15
MVVNN-2525M-16 25 12.5 150 25 MS630TX

m
x
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P> 2B TIH Insert — Page : P.180 P> EIE#ESR Turning Condition Table — Page : P.183




JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

A

sSvoe
F{RA Entering Angle:
117.5° A
12 = '
<+ ©

A ARTRE MRS

Order No.
(Steel Shank)

117.5°

BER

Insert

HEJIRETR Right-Hand Shown

[
Spare Parts

SVQBT/,-1212H-11 12 16.5 100 12

SVQB®/,-1212K-11 12 16.5 125 12
VB..1103.. 1

SVQB®/,-1616K-11 16 20.5 125 16

SVQB/,-2020K-11 20 25.0 125 20

SVQB/,-2020K-16 20 25.0 125 20
R VB..1604.. 2

SVQB"/,-2525M-16 25 32.0 150 25

B Shim Wrench Screw Wrench Wrench
Spare Parts M[@ =\ g EZL I:'
1 - - - MS2506A ETF09 - -
2 VSS322 MDS05035S PL35 MS3512B ETF15 - -

P> B TIE Insert — Page : P.175

-

sSvvea

F{RA Entering Angle:

72.5° U U
LEIRESD,

P> &SR Turning Condition Table — Page : P.182

al

|

L |
1
D
72.5° -
L
H

AHEJIHEER Right-Hand Shown

ﬂﬂﬂ’fﬁﬁ”ﬁﬁsﬁ RT_'- Dimension (mm) gEEEH- EE 14:
Sl N, Insert Spare Parts
(Steel Shank) P
SVVBN-1010H-11 10 5.0 100 10
SVVBN-1212H-11 12 6.0 100 12
SVVBN-1212K-11 12 6.0 125 12
VB..1103.. 1
SVVBN-1616K-11 16 8.0 125 16
SVVBN-2020K-11 20 10.0 125 20
SVVBN-2525M-11 25 12.5 150 25
SVVBN-1616K-16 16 8.0 125 16
SVVBN-2020K-16 20 10.0 125 20
VB..1604.. 2
SVVBN-2525M-16 25 12.5 150 25
SVVBN-3232P-16 32 16.0 170 32

B Shim Screw Wrench Screw Wrench Wrench
Spare Parts (@ =\ () — F
1 - - - MS2506A ETF09 - -
2 VSS322 MDS05035S PL35 MS3512B ETF15 - -

P> BEETIH Insert — Page : P.175

P> 143K Turning Condition Table — Page : P.182
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JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

Svoc )
F{RA Entering Angle:

117.5°

117.5°

?4—
o/ |t
R

L =
L
T

L J HAEJIRER Right-Hand Shown

TR BB AR e EETIE B
Q7 Insert Spare Parts
(Steel Shank) P
SVQCF/-1212H-11 12 16.5 100 12
SVQC®/-1212K-11 12 16.5 125 12
VC..1103.. 1
SVQC®/-1616K-11 16 20.5 125 16
SVQC®/,-2020K-11 20 25.0 125 20
SVQC®/,-2020K-16 20 25.0 125 20
= VC..1604.. 2
SVQC"/,-2525M-16 25 32.0 150 25
B Shim Wrench Screw Wrench
Spare Parts M[@ =\ g EZL I:'
1 - - - MS2506A ETF09 - -
2 VSS322 MDS05035S PL35 MS3512B ETF15 - -
P> EELTIE Insert — Page : P.176 P> &SR Turning Condition Table — Page : P.182

S~

L

Ji— :

72.5°

st swve
&

& F{®A Entering Angle:

72 72.5° U U HI }

+ ' "\
<+ ->

I

J AEJIEETR Right-Hand Shown

HAHRRT I MR R=F Dimension (mm) EETIE &

Order No.

(Steel Shank) Insert Spare Parts

SVVCN-1010H-11 10 5.0 100 10
- SVVCN-1212H-11 12 6.0 100 12

X SVVCN-1212K-11 12 6.0 125 12

o VC..1103. 1
3 SVVCN-1616K-11 16 8.0 125 16

- SVVCN-2020K-11 20 10.0 125 20

= SVVCN-2525M-11 25 12.5 150 25

a SVVCN-1616K-16 16 8.0 125 16

3 SVVCN-2020K-16 20 10.0 125 20

2 VC..1604.. 2
2 SVVCN-2525M-16 25 125 150 25

o

= SVVCN-3232P-16 32 16.0 170 32

(]

7

Shim Screw Wrench Screw Wrench Wrench

it

Spare Parts (@ =\ m — F
1 - - - MS2506A ETF09 - -
2 VSS322 | MDS05035S PL35 MS35128 ETF15 - -

P> BEETIH Insert — Page : P.176 P> 143K Turning Condition Table — Page : P.182




JMHEETITF

EXTERNAL TURNING TOOLHOLDERS

(7777 Wy i o
95°
F{RA Entering Angle: . -
o
95 ; H1 H
4— _v v
| @

HEJIRETR Right-Hand Shown

S AT BB AR R~ Dimension (mm) BRI Pin Screw | Wrench | Shim Clamp | Wrench
Order No. = i
(> E
(Steel Shank) wim| F | L | p | Mmset | IIO0 ) WD | =) =
WWLN®/,-1620K-08 16 25 125 20
WWLN®/,-2020K-08 20 25 125 20 |WN..0804.., MCP4 |MCS3S-09| PL30 |WNS432 | WCW6-P4| PL40
WWLNF/,-2525M-08 25 32 150 25
P> 2ELJIF Insert — Page : P.181 P> 14I1&#SR Turning Condition Table — Page : P.183
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EmiEIER

PRODUCT SELECTION TABLE

AEEJJH2 Internal Turning Toolholders

é mcKn é mcen ; sSCLc sSO0Le msKn
Z*{"A Entering Angle: Z{RfA Entering Angle: Z{RMA Entering Angle: ZE{®A Entering Angle: | ZE{"A Entering Angle:
75° ~ 95° ] 95° 93° 75° N
« - ©2 « 0 « = « =9]
B J + L Sy
B/\EE B\ EE B/)\E %)\

g mran “i arun i sSTUC a mvun
ZE{RA Entering Angle: Z{RA Entering Angle: ZE{RA Entering Angle: ZE{RA Entering Angle: ZX{RA Entering Angle:
105° ~7 93° N 93° 117.5°
s - - i)
A" ﬂ' /'i ©
B/NERE B/NVEE H=/NVEE H/NVEE

\
\
\

5

E{RMA Entering Angle: Z{RA Entering Angle: ZF1{RA Entering Angle: X{RA Entering Angle:
93° 117.5° ’] 93° _—
2
\al7/ % el
/BT /BT =B
P.209 ©22~50 P.210 ®16~50 P.211 ¢ 16~50

?
?‘D
?
N
?
j\a

¥,

=B

i 1 8t

—
=
=
=
=}
(o]
—
o
2
>
2
o
0]
=
n




g
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F

=1
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2,
—
c
=
=
=}
(=]
—
o
2
>
2
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=
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

mcKn

F{RA Entering Angle:

75°

$HAHAETFE4RSE Order No. (Steel Shank)

##H7KFl, Non-coolant H7k# Coolant
S20R-MCKNF®/.-12 A20R-MCKNF/.-12 13.0| 40 18 | 200 | 20 | 15° | 25
S25R-MCKN®/-12 A25R-MCKNF/.-12 15.5| 40 23 | 200 | 25 | 13° | 30
S32S-MCKN/,-12 A32S-MCKN®/.-12 19.5| 48 30 | 250 | 32 | 137 | 40
S40T-MCKN®/.-12 A40T-MCKN/,-12 255| 55 | 37 | 300 | 40 | 12° | 50
S50U-MCKN®/,-12 A50U-MCKNR-12 30.5| 60 | 47 | 350 | 50 | 10° | 60
S60V-MCKNF/.-12 - 355| 60 | 57 | 400 | 60 9° | 70

(ALY

Insert

CN..1204..

[ G
Spare Parts

Wrench Screw Wrench
B %
Spare Parts (170 =N
1 - MLP44-A PL25 MC620 MS620TX ETL15
2 CMS432 MLP46-A PL25 MC620 MS625TX ETL15
P> B TIE Insert — Page : P.177 P> &SR Turning Condition Table — Page : P.183
mcen L L ) e b

F{RA Entering Angle:

A4 HRETEE4RSE Order No. (Steel Shank)

#8417k #|, Non-coolant

H7kFL Coolant

S20R-MCLN®/,-12 A20R-MCLN%/-12 | 13.0| 40 | 18 | 200 | 20 | 15° | 25
S25R-MCLN®/,-12 A25R-MCLN%/-12 |155| 40 | 23 | 200 | 25 | 13° | 30
S32S-MCLN®/,-12 A32S-MCLN¥/-12 | 19.5| 48 | 30 | 250 | 32 | 13° | 40
S40T-MCLN®/.-12 A40T-MCLN¥,-12 |255| 55 | 37 | 300 | 40 | 12° | 50
S50U-MCLN®/,-12 - 30.5| 60 | 47 | 350 | 50 | 10° | 60
S60V-MCLN®/,-12 A60V-MCLN®/-12 [355| 60 | 57 | 400 | 60 | 9° | 70

ALY

Insert

CN..1204..

[
Spare Parts

B Screw
Spare Parts W7
1 - MLP44-A PL25 MC620 MS620TX ETL15
2 CMS432 MLP46-A PL25 MC620 MS625TX ETL15

P EETIE Insert — Page : P.177

P> 143K Turning Condition Table — Page : P.183



AEETIIE

INTERNAL TURNING TOOLHOLDERS

sceec| (4

F{RA Entering Angle:

95°

A AET FE4RSE Order No. (Steel Shank)

Bore Dia. / HEJJ1EER Right-Hand Shown

iAoy fic 1%
# HI7KF, Non-coolant H7Kk¥l Coolant Insert Spare Parts
S08K-SCLCR/,-06 A08K-SCLCR/,-06 50| 20 | 7 |125| 8 | 15°| 10
S08K-SCLC®/,-06-D09 | AOSK-SCLC®/,-06-D09 | 45 | 20 | 7 |[125| 8 | 15°| 9
S10K-SCLCR/,-06 A10K-SCLCY/,-06 60 | 22 | 9 |125| 10 | 13° | 12
S10K-SCLCR/,-06-D11 | A10K-SCLC®/,-06-D11 | 55 | 22 | 9 | 125 | 10 | 13° | 11 0602 ]
S12M-SCLCV/,-06 A12M-SCLCR/,-06 80| 26 | 11 | 150 | 12 | 10° | 16 T
S12M-SCLCF/,-06-D13 | A12M-SCLC%/,-06-D13 | 6.5 | 26 | 11 | 150 | 12 | 10° | 13
S14Q-SCLCY/,-06 A14Q-SCLCV/,-06 80| 26 | 13 | 180 | 14 | 10° | 16
$16Q-SCLCY/,-06 A16Q-SCLC®/,-06 100| 32 | 15 | 180 | 16 | 7°| 20
$12M-SCLC"/,-09 A12M-SCLC®/,-09 80|26 | 11 | 150 | 12 | 10° | 16
$14Q-SCLCY/,-09 A14Q-SCLC®/,-09 80| 26 | 13 | 180 | 14 | 10° | 16
$15Q-SCLCY/,-09 A15Q-SCLCR/,-09 85| 32 | 14 | 180 | 15 | 10° | 17 )
$16Q-SCLCY/,-09 A16Q-SCLCR/,-09 10.0| 32 | 15 [ 180 | 16 | 7°| 20
S16Q-SCLC"/,-09-D18 | A16Q-SCLC"/,-09-D18 | 9.0 | 32 | 15 | 180 | 16 | 7° | 18 CC.09T3
$18Q-SCLCY/,-09 A18Q-SCLCY/,-09 100| 32 | 17 | 180 | 18 | 7°| 20 T
S20R-SCLCR/,-09 A20R-SCLC?/,-09 13.0| 40 | 18 | 200| 20 | 5°| 25 s
S22R-SCLCR/,-09 - 13.0| 40 | 20 | 200 | 22 | 5°| 25
S25R-SCLCR/,-09 A25R-SCLC?/,-09 15.0 | 40 | 23 | 200| 25 | 5°| 30 .
$32S-SCLCR/,-09 A32S-SCLCV/,-09 195| 48 | 30 | 250 | 32 | 5°| 38
S32S-SCLCR/,-12 A32S-SCLCY/,-12 200| 48 | 30 | 250 | 32 | 5°| 38
S40T-SCLCY/,-12 A40T-SCLCR/,-12 26.0| 55 | 37 | 300 | 40 | 3°| 50 CC..1204.. 5
S40V-SCLCR/-12 A40V-SCLCY/,-12 26.0| 55 | 37 | 400 | 40 | 3°| 50

RS Wrench
Spare Parts :_"

1 MS2506A ETF09

2 MS4008A ETF15

S| MS4009A ETF15

4 MS4011A ETF15

) MS5011A ETF20

P> 2B TIH Insert — Page : P.171

P> &SR Turning Condition Table — Page : P.182
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

SoLicC

F{RA Entering Angle:

=/

$MAETFE4RSE Order No. (Steel Shank)

=1
=3
@
=
>
2,
—
c
=
=
=}
(=]
—
o
2
>
e
Q.
(0]
=
(7]

#H7KFl, Non-coolant

H7kFL Coolant

e
d

(ALY

Insert

[ G
Spare Parts

S10K-SDUCR/,-07 A10K-SDUC®/-07 | 70 | 25 | 9 [125| 10 | 13°| 13

S12M-SDUCY/,-07 A12M-SDUCR/-07 | 85| 30 | 11 | 150 | 12 | 10° | 16 00702 ]
$16Q-SDUCY/,-07 A16Q-SDUCY/,-07 |11.0| 30 | 15 | 180 | 16 | 7°| 20 T
S20R-SDUCY/,-07 A20R-SDUCR/-07 [12.5| 40 | 18 | 200 | 20 | 7°| 25

$16Q-SDUCY/,-11 A16Q-SDUCY/-11 | 11.0| 30 | 15 | 180 | 16 | 7°| 20

S20R-SDUCF/,-11 A20R-SDUC®/-11 | 13.0| 40 | 18 | 200 | 20 7°| 25

S25R-SDUCY/,-11 A25R-SDUCR/-11 | 16.0| 45 | 23 | 200 | 25 | 5°| 32 e 11T )
$25S-SDUCR/,-11 - 16.0| 45 | 23 | 250 | 25 | 5°| 32 h -
$32S-SDUCR/,-11 A32S-SDUCY/-11 | 20.0| 48 | 30 | 250 | 32 | 5°| 40

S40T-SDUCR/-11 A40T-SDUCR/-11 | 26.0| 55 | 37 | 300 | 40 | 3°| 50

A1 tRET BB 4R5% Order No. (Steel Shank) BETIE B
47K, Non-coolant Hi7k3L, Coolant Insert Spare Parts
C10K-SDUCF/,-07 E10K-SDUC®/,-07 70| 25 | 92 |125| 10 | 13° | 13
C10M-SDUCR-07 E10M-SDUCR-07 70| 25 | 92 | 150 | 10 | 13° | 13
C12M-SDUC¥/,-07 E12M-SDUCF/,-07 85| 30 (1121150 | 12 | 10° | 16 DC..0702.. 1
C12Q-SDUCR-07 E12Q-SDUCR-07 85| 30 (1121180 | 12 | 10° | 16
C16R-SDUCR-07 E16R-SDUCR-07 11.0| 30 |15.2| 200 | 16 71 20
C16R-SDUC®/-11 | E16R-SDUCY,-11 |11.0| 30 |152|200| 16 | 7°| 20
C20R-SDUC®/-11 E20R-SDUCR/,-11 13.0| 40 [ 19.2| 200 | 20 7°| 25 DC..11T3.. 2
C25S-SDUCR-11 E25S-SDUCR-11 16.0 | 45 | 24.2| 250 | 25 5°| 32

Scre! Wrench

it & L renc
Spare Parts ()

MS2506B ETF09

MS4009A ETF15

P EETIE Insert — Page : P.172,173

> 1EI543R Turning Condition Table — Page : P.182




AEETIIE

INTERNAL TURNING TOOLHOLDERS

msKnr

F{RA Entering Angle:

$MAAHRST B4R A% Order No. (Steel Shank) BRI &
##H7KFl, Non-coolant H7k# Coolant Insert Spare Parts
S25R-MSKNF/,-12 A25R-MSKN®/-12 | 15.0 | 40 23 | 200 | 25 | 13° | 30 1
S32S-MSKN®/.-12 A32S-MSKN%/-12 | 19.5| 48 30 | 250 | 32 | 137 | 40
S40T-MSKN/,-12 - 255| 55 | 37 | 300 | 40 | 12° | 50 SN..1204.. )
S50U-MSKNF/.-12 - 30.5| 60 | 47 | 350 | 50 | 10° | 60
S60V-MSKN®/-12 - 36.0 60 | 57 | 400 | 60 9° | 70

Screw Wrench

[
Spare Parts -1e =N
1 - MLP44-A PL25 MC620 MS620TX ETL15
2 SMS432 MLP46-A PL25 MC620 MS625TX ETL15

P> &SR Turning Condition Table — Page : P.183

P> EECTIE Insert — Page : P.178

i

mreonr

F{RA Entering Angle:

=]
F

A4 HRETEE4RSE Order No. (Steel Shank)

ALY

Insert

i

#8417k #|, Non-coolant
S20R-MTQN®/,-16

H7kFL Coolant
A20R-MTQNY/,-16

Spare Parts

13 | 40 | 18 | 200 | 20 | 15° | 25

S25R-MTQN/,-16

A25R-MTQN?/-16

15 | 40 | 23 | 200 | 25 | 13" | 30 TN..1604..

$32S-MTQN%/-16

A32S-MTQN®/,-16

20 | 48 | 30 | 250 | 32 | 13" | 40 2

B Screw
Spare Parts W
1 - MLP33L-A PL20 MC515 MS520TX ETL10
2 TWS322 MLP34L-A PL20 MC620 MS625TX ETL15

P> BETIH Insert — Page : P.179,180

P> 1IBIE#SR Turning Condition Table — Page : P.183
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

oran
F{RA Entering Angle:
93°
4—

$MAARSTEB4R A% Order No. (Steel Shank) BRI &
## 17Kk ¥, Non-coolant 7K #l, Coolant
S20R-DTUN®/,-16 A20R-DTUNY/-16 14.0 | 40 18 | 200 | 20 15° | 28

Insert Spare Parts

S25R-DTUNR/,-16 A25R-DTUNY/,-16 | 15.5| 40 | 23 | 200 | 25 | 13°| 30 NG04 1
S25S-DTUNY/,-16 — 155| 40 | 23 | 250 | 25 | 13° | 30 h h
S32S-DTUNY/,-16 A32S-DTUN?/-16 | 19.5| 48 | 30 | 250 | 32 | 13° | 40 2

B Screw Wrench Wrench
Spara Paris o =\
1 - - - MCD324 ETL20
2 TWS322 MS4008H PL25 MCD324B PL40
P> EECTIH Insert — Page : P.179,180 P> K13 Turning Condition Table — Page : P.183
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

F{RA Entering Angle:

93°
< B

sTUC | B o

/ BEJIHEER Right-Hand Shown

$MHARSTEE4RS% Order No. (Steel Shank) BETIE B

#H7KFl, Non-coolant

Hi7k ¥, Coolant Insert Spare Parts

S10K-STUCR/,-11 A10K-STUCR/,-11 60| 22| 9 |125| 10 | 13° | 12

S12M-STUCY/-11 A12M-STUCR/,-11 80| 26 | 11 | 150 | 12 | 10° | 16

S12M-STUC®/,-11-D13 | A12M-STUC®/,-11-D13 | 6.5 | 26 | 11 | 150 | 12 | 10° | 13 TC..1102.. 1
S16Q-STUCR/,-11 A16Q-STUC/,-11 100| 32 | 15 | 180 | 16 | 7° | 20

S16Q-STUCR/,-11-D18 | A16Q-STUCR/-11-D18 | 9.0 | 32 | 15 | 180 | 16 | 7° | 18

S20R-STUCY/,-16 A20R-STUCR/,-16 13.0| 40 | 18 | 200 | 20 | 7°| 25

S25R-STUC/,-16 A25R-STUCR/,-16 15.0| 40 | 23 | 200 | 25 | 5°| 30 TCA6T3 )
S32S-STUCR/,-16 A32S-STUCY/,-16 20.0| 48 | 30 | 250 | 32 | 5°| 38 T
S32T-STUCY/,-16 A32T-STUCY/-16 200| 48 | 30 | 300| 32 | 5°| 38

Screw Wrench
[ G
Spare Parts ()
1 MS2506A ETF09
2 MS4011A ETF15
P> BETIH Insert — Page : P.174 P> &SR Turning Condition Table — Page : P.182

mvunrn

F{RA Entering Angle:

A4 HAET FE4Rsk Order No. (Steel Shank) BETIE B
#H7KFl, Non-coolant H7kFL Coolant Insert Spare Parts
S25R-MVUN/,-16 A25R-MVUNF/,-16 18 | 45 | 23 | 200 | 25 | 13" | 32 1
S32S-MVUNF/,-16 A32S-MVUN®/-16 21 50 30 | 250 | 32 | 13" | 40 VNL1604..
S40T-MVUNR/-16 A40T-MVUNF/,-16 26 | 55 37 | 300 | 40 | 10° | 50 2

S50U-MVUNY/,-16

A50U-MVUN®/,-16 32 | 60 | 47 | 350 | 50 9° | 60

B Wrench Screw Wrench
Spare Parts =\ -1 =\
1 - MLP33L-A PL20 MC515 MS520TX ETL10

2 VMS322 MLP34L-A PL20 MC620 MS625TX ETL15

P> B TIH Insert — Page : P.180 P> &SR Turning Condition Table — Page : P.183
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

sSvoe

F{RA Entering Angle:

$MAETFE4RSE Order No. (Steel Shank)

BE7R [
#HIK$L Non-coolant H7k# Coolant Insert Spare Parts
S12M-SVQBF/.-11 A12M-SVQB®/-11 90 | 28 | 11 | 150 | 12 | 10" | 16
S16Q-SVQB®/,-11 A16Q-SVQB%/-11 |11.0| 35 | 15 | 180 | 16 77 20 VB..1103.. 1
S20R-SVQBF/,-11 A20R-SVQB®/-11 13.0| 40 | 18 | 200 | 20 7" 25
S20R-SVQBF/,-16 A20R-SVQB®/-16 | 13.5| 40 | 18 | 200 | 20 5°| 27
S25R-SVQBF/,-16 A25R-SVQB®/-16 | 16.0 | 45 | 23 | 200 | 25 5°| 32 2
S25S-SVQB®/,-16 A25S-SVQBY/,-16 | 16.0 | 45 | 23 | 250 | 25 5° | 32
S32S-SVQB®/,-16 A32S-SVQBY/,-16 | 20.0| 48 | 30 | 250 | 32 5°| 40 VB..1604..
S32V-SVQBT/,-16 - 20.0 | 48 | 30 | 400 | 32 5° | 40 3
S40T-SVQBY/.-16 - 255| 60 | 37 | 300 | 40 5° | 50
S40V-SVQBT/,-16 = 255| 60 | 37 | 400 | 40 5° | 50
Wrench Wrench
[
\ Spare Parts ;
1 - - - MS2506A ETF09
2 - - - MS3509B ETF15
3 VSS322 MDS05035S PL35 MS3512B ETF15
A P> i&ETIH Insert — Page : P.175 P> RS Turning Condition Table — Page : P.182
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

svaa

F{RA Entering Angle:

93°
<+
X

[

$MAETFE4RSE Order No. (Steel Shank)

'/’ F 9 30

L1

(ALY

Insert

[ G
Spare Parts

## 17Kk ¥, Non-coolant 7K #l, Coolant K

S16Q-SVUBY/,-11 A16Q-SVUB®Y/-11 | 13 | 30 | 15 | 180 | 16 | 7° | 22

S20R-SVUB®/,-11 A20R-SVUBY/,-11 15 | 40 | 18 | 200 | 20 | 7°| 27 VB.1103. !
S25R-SVUBR/-16 A25R-SVUBY/-16 | 18 | 45 | 23 | 200 | 25 | 5° | 32

$25S-SVUBY/,-16 A25S-SVUBR/-16 | 18 | 45 | 23 | 250 | 25 | 5°| 32 2
$32S-SVUBY/,-16 A32S-SVUBR/-16 | 22 | 50 | 30 | 250 | 32 | 5°| 40 VB 1604..
S40T-SVUBR/,-16 A40T-SVUBY,-16 | 27 | 55 | 37 | 300 | 40 | 5° | 50 s
S40U-SVUBR/.-16 — 27 | 55 | 37 | 350 | 40 | 5° | 50

S40V-SVUBY/,-16 — 27 | 55 | 37 | 400 | 40 | 5°| 50

fic
Spare Parts
1 - - - MS2506A ETF09
2 - - - MS3509B ETF15
B VSS322 MDS05035S PL35 MS3512B ETF15
4 - - - MS2005A ETF06

P> BELTIH Insert — Page : P.175

P> &SR Turning Condition Table — Page : P.182
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AEETIIE

SV

F{RA Entering Angle:

INTERNAL TURNING TOOLHOLDERS

$MAARSTEB4R A% Order No. (Steel Shank) BRI &
## 17Kk ¥, Non-coolant 7K #l, Coolant Insert Spare Parts

S$12M-SVQCF/.-11 A12M-SVQC?/-11 | 9.0 | 28 | 11 | 150 | 12 | 10° | 16

$16Q-SVQCT/.-11 A16Q-SVQCT/-11 [ 11.0| 35 | 15 | 180 | 16 | 7°| 20 VC..1103.. 1
S20R-SVQCF/.-11 A20R-SVQC®/-11 | 13.0| 40 | 18 [ 200 | 20 | 7°| 25

S20R-SVQCF/.-16 A20R-SVQC®/-16 | 13.5| 40 | 18 [ 200 | 20 | 5°| 27

S25R-SVQCF/.-16 A25R-SVQCT/-16 | 16.0| 45 | 23 | 200 | 25 | 5°| 32 2
$25S-SVQC®/,-16 A25S-SVQC®/-16 [ 16.0| 45 | 23 | 250 | 25 | 5°| 32 VC.1604..

$32S-SVQC®/,-16 A32S-SVQCT/-16 [ 20.0| 48 | 30 | 250 | 32 | 5°| 40

S40T-SVQCF/.-16 = 255| 60 | 37 | 300 | 40 | 5°| 50 3
S40V-SVQC®/,-16 = 255| 60 | 37 | 400 | 40 | 5°| 50

Wrench Wrench
[T
Spare Parts ;
1 - - - MS2506A ETF09
2 - - - MS3509B ETF15
3 VSS322 MDS05035S PL35 MS3512B ETF15

P> BELTIH Insert — Page : P.176

P> &SR Turning Condition Table — Page : P.182




AEETIIE

INTERNAL TURNING TOOLHOLDERS

swvuc A ;,; 7777777777777 |5 @
F{RA Entering Angle: i F |93 || J
93° i - L1
4 :
<« X é-x <
$MAARSTEB4R A% Order No. (Steel Shank) BRI &

## 17Kk ¥, Non-coolant 7K #l, Coolant Insert Spare Parts
S12M-SVUCR/,-08 A12M-SVUC®/-08 | 95 | 26 | 11 | 150 | 12 | 10° | 16 VC..0802.. 4
$16Q-SVUC/-11 A16Q-SVUCR/-11  [13.0| 30 | 15 [ 180 | 16 | 7°| 22
S20R-SVUC®/,-11 A20R-SVUC?/-11  |15.0| 40 | 18 | 200 | 20 | 7°| 27 V- 1103.. !
S25R-SVUCR/,-16 A25R-SVUCY/-16 | 18.0| 45 | 23 | 200 | 25 | 5° | 32 )
$25S-SVUCY/,-16 A25S-SVUC®/-16 | 18.0| 45 | 23 | 250 | 25 | 5° | 32
$32S-SVUCY/,-16 A32S-SVUC®/-16 | 22.0| 50 | 30 | 250 | 32 | 5°| 40 Ve 604
S40T-SVUCR/,-16 A40T-SVUC®/-16 | 27.0| 55 | 37 | 300 | 40 | 5°| 50 s
S40U-SVUCR/-16 A40U-SVUCY/-16 | 27.0| 55 | 37 | 350 | 40 | 5° | 50
S40V-SVUCY/,-16 A40V-SVUCR/-16 | 27.0| 55 | 37 | 400 | 40 | 5° | 50

it & Wrench Wrench
Spare Parts ED:'
1 - - - MS2506A ETF09
2 - - - MS3509B ETF15
8 VSS322 MDS05035S PL35 MS3512B ETF15
4 - - - MS2005A ETF06

P BETIH Insert

— Page : P.176

P> 143K Turning Condition Table — Page : P.182
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AEETIIE

INTERNAL TURNING TOOLHOLDERS

mcn

F{RA Entering Angle:

F |95 +(©) |

L1

- (©)

SRR fE4RSR Order No. (Steel Shank) B2/

#H7KFl, Non-coolant

(ALY

Insert

[ G
Spare Parts

B
H7kFL Coolant d

S20R-MWLN/,-08 A20R-MWLNY/-08 [13.0| 40 | 18 | 200 | 20 | 15° | 25

S25R-MWLN/,-08 A25R-MWLNY/-08 [15.0 | 40 | 23 | 200 | 25 | 13° | 30 !
$32S-MWLNF/.-08 A32S-MWLN®/,-08 |20.0| 48 | 30 | 250 | 32 | 13" | 40 2
S40T-MWLN/,-08 A40T-MWLNY/-08 | 25.5| 55 | 37 | 300 | 40 | 10° | 50 WN..0804..
S50U-MWLN/,-08 - 30.5| 60 | 47 | 350 | 50 9°| 60 3
S50V-MWLN/.-08 A50V-MWLN®/,-08 |30.5| 60 | 47 | 400 | 50 9° | 60

S60V-MWLN/.-08 - 355| 60 | 57 | 400 | 60 8| 70

Screw
Bo 14
Spare Parts W7
1 - MLP44-A PL25 MC515 MS520TX ETL10
2 WMS432 MLP46-A PL25 MC515 MS520TX ETL10
\ 8 WMS432 MLP46-A PL25 MC620 MS625TX ETL15

P> B TIH Insert — Page : P.181 P> &SR Turning Condition Table — Page : P.183

g

=]
F

=1
=3
®
=
>
2,
—
c
=
=
=}
(=]
—
o
2
>
2
o
D
=
(7]




— WWW.CMTEC.COM. TW ———

BEE/ BT ET R F S
CARBIDE GROOVING
/ PARTING INSERT
SERIES

AFIER



EmiEIER

PRODUCT SELECTION TABLE

mGIImir GiTim TGTInN TGF
ISEMLNTE / tER 4 _ N
-yl = — Sa
Grooving / & _
Parting Inserts @ @ @

IERE IERE IERE IR

EVARY 2 0~4.0W VALY 2 0~3.0W VALY 2 2~4.1W VAN 0.33~2.5W

mrRimrn TGF-R

-
SHEEE Y
Carbide Radius 1_ -
Inserts '

R AR R ARt

SEINME / 1DER
B7)1%

External
Grooving
\ / Parting

Toolholders

I
2RRY

TIEIRG R

[ £]48 & kR )
Grooving
& Parting

¢ @ Condition
Table

SGTH

SRYERLIE Parting Grooving: HNEIHEIT External Grooving: NZBLNHEM T External Grooving:

i

TERR MERRS MRS

MARR

P.226

thEI7 N CUTTING MODE

o
%_ BIRZR IEEE W &L PIERNT EmmnT MEmnI {BRZINT
= Inserts Groove Width Grooving Parting Plunge Turning Ramping Copy
(0]
Q K MGMN 2.0~4.0W o o o o X
2
5 = MRMN 2.0~4.0W
< ‘; (EfER) | (1.0~2.0R) o X © X ©
>
= e GMM 2.0~3.0W o o o o X
3
=3 —
§ > TGTN 2.2~4.1W o o) X X X
<
;;; -
~ TGF 0.33~2.5W o X X X X
{ - w
A TGF 0.5~1.5W
(5 (EfER!) | (0.25~0.75R) © X X X X




ES5LI1E / tIEFETIH

CARBIDE GROOVING / PARTING INSERTS

47 Alloy Steels e ¢ | % @ SE—HERE / O FTHERE : EENT Continuous Cutting
< : € E—HRE / CETHRE : —RIIT General Cutting

1 ABM Stainless Steels | € | € | ¥ # S—I8M / © E—IEM : BENNT Interrupted Cutting
T $=8% Cast Iron ¢ € B — A#ERE NO Recommend
g #2535 Aluminum Alloys - =] - F : ¥80T Finishing

P S : 4FMNT Semi Finishing

=B85 HighTempAlloys | G | € | 8 M : 1T Medium

FE5 M Hardened Steels R : #8/1T Roughing

R~I Dimension (mm)

RITB RS 2|2 71K 2D
Order No. Drawing
MGMN200-SG o oo 20|02 16 | 3.5 |1.60
‘ @
Fls|m|R
= MGMN300-MG o oo 30| 04| 21| 48/235 S ,r
= ———
L r 220
o = =i
Fls|m|R <4
/ MGMN400-MG o oo 40| 04 | 21 | 48330
Fls|m[R
i MRMN200-MG o oo 20 1.0 ] 16 | 3.5 |1.60 =
| @
Fls|m|R
MRMN300-MG ol oo 30| 15| 21 | 48 |2.35 s
e e,
> pa——— 220
- Bl g
Fls|m|R 7
: MRMN400-MG o oo 40|20 | 21 | 48330
Fls|m[R

P IHIE#ER Cutting Condition Table — Page : P.226
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ES5LI1E / tIEFETIH

CARBIDE GROOVING / PARTING INSERTS

47 Alloy Steels e ¢ | % @ SE—HERE / O FTHERE : EENT Continuous Cutting
< : € E—HRE / CETHRE : —RIIT General Cutting

1 RSB StainjessSteels | € | € | ¥ # S—I8M / © E—IEM : BENNT Interrupted Cutting
T $=8% Cast Iron ¢ € B — A#ERE NO Recommend
g #2535 Aluminum Alloys - =] - F : ¥80T Finishing

P S : N T Semi Finishing

=B85 HighTempAlloys | G | € | 8 M : 1T Medium

FE5 M Hardened Steels R : #8/1T Roughing

+1E81% Grade R=F Dimension (mm)

R IB AR SR = 71/ 2D El
Order No. Drawing

JJ— GMM2020-VMR o o S

D GMM2520-MR o o 25020] 20 | 43 |19 | O W
o @ cmmso20MR ) 30 025 20 | 43 | 23|

F[s[m|r e 5 [0k

P> 1HlE#SR Cutting Condition Table — Page : P.226

#i#7 Alloy Steels e ¢ | % @ =R / O FETHERES : F&ENMT Continuous Cutting
€ £’ /| CE IR : —MRINT General Cutting

(oM FEB stinlessStecks | @ [ € | # % S0 / © B : BUENNT Interrupted Cutting
T #2485 Cast Iron ¢ € B — A#ERE NO Recommend
g 22 Aluminum Alloys - =-1]- F : ¥/ Finishing

P S : 4EMNT Semi Finishing

=iB&E HighTempAloys | G | € | & M : 1T Medium

A& M Hardened Steels R : #8/0T Roughing

\ 18815 Grade R~F Dimension (mm)

RI T AR s | 2 71/ 2D El
Order No. Drawing

R TGTN0220 oo
é TGTN0310 o|ole 31020 — | = | -
W TGTN0410 o|oe 41025 = | = | =

Fls|m[R

P UIMIE#ER Cutting Condition Table — Page : P.226
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ES5LI1E / tIEFETIH

CARBIDE GROOVING / PARTING INSERTS

M1 Alloy Steels o -
A $%80 Stainless Steels e | -
7JIH $58%, Cast Iron o -

@ R / O ETHERES : B&NT Continuous Cutting
€ I / C TR | —MRINT General Cutting

¥ FE—IEE / S FTHERE | ETENT Interrupted Cutting
— Z#EEE NO Recommend

$25% Aluminum Alloys O| e

=iB&% HighTemp Alloys | @ | —

A& Hardened Steels

RETH
Right Hand

EETR

8% Grade
RIS SMEIIE | N
Order No. BRAUIE RAUE
0.D. (Max) | ID. (Max)
TGF32R033 ° 0.33| 1.0 |0.053.18|9.52| 4.4 0.8 0.5
TGF32L033 ° 0.33| 1.0 |0.053.18|9.52| 4.4 0.8 0.5
TGF32R050 ° 050 1.4 |0.05/3.18|9.52| 4.4 1.2 0.8
TGF32L050 ° 0.50| 1.4 |0.053.18|9.52| 4.4 1.2 0.8
TGF32R075 ° 0.75] 2.5 [0.10|3.18|9.52| 4.4 2.0 1.5
TGF32L075 ° 0.75] 2.5 [0.10|3.18|9.52| 4.4 2.0 1.5
TGF32R095 ° 0.95| 2.5 [0.10|3.18|9.52| 4.4 2.0 1.5
TGF32L095 ° 0.95| 2.5 [0.10|3.18|9.52| 4.4 2.0 1.5
TGF32R100 ° 1.00| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32L100 ° 1.00| 2.5 |0.10|3.18| 9.52| 4.4 2.0 1.5
TGF32R110 ° 1.10| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32L110 ° 1.10| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32R125 ° 1.25| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32L125 ° 1.25| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
A TGF32R135 ° 1.35| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
-~ TGF32L135 ° 1.35| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
[ P TGF32R145 ° 1.45| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15 22
TGF32L145 ° 145| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32R150 ° 1.50| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 15
TGF32L150 ° 1.50| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 15
TGF32R165 ° 1.65| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 15
TGF32L165 ° 1.65| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 15
TGF32R175 ° 1.75| 2.5 |0.10|3.18| 9.52| 4.4 2.0 1.5
TGF32L175 ° 1.75| 2.5 |0.10|3.18| 9.52| 4.4 2.0 1.5
TGF32R180 ° 1.80| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 1.5
TGF32L180 ° 1.80| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 1.5
TGF32R185 ° 1.85| 2.5 |0.10|3.18 | 9.52| 4.4 2.0 1.5
TGF32L185 ° 1.85| 2.5 |0.10|3.18| 9.52| 4.4 2.0 15
TGF32R200 ° 2.00| 2.5 [0.10|3.18|9.52| 4.4 2.0 15
TGF32L200 ° 2.00| 2.5 [0.10|3.18|9.52| 4.4 2.0 15
TGF32R250 ° 2.50| 2.5 [0.10|3.18|9.52| 4.4 2.0 15
Fls|m|R TGF32L250 ° 2.50| 2.5 |0.10]3.18]9.52| 4.4 2.0 15

P> IEIE#SR Cutting Condition Table — Page : P.226

i
t]]

>
EEl

TF X 1 R S5/

O
Q
=
O
o
()
®
=
o
o
=
=
(o]
-
0
Q
=
=
=
(o]
>
(2]
(0}
=
p==
(2]




i

TF S 1 R S5/

O
Q
=
(=2
o
@
®
=
o
o
=1
>
(o]
-
0
Q
-
>
(]
>
(%2
(1]
—-
(4

ES5LI1E / tIEFETIH

CARBIDE GROOVING / PARTING INSERTS

M1 Alloy Steels o -
A $%80 Stainless Steels e | -
7JIl] $58%, Cast Iron o -

@ R / O ETHERES : B&NT Continuous Cutting
€ I / C TR | —RNNT General Cutting

¥ FE—IEE / S FTHERE | ETENT Interrupted Cutting
— Z#EEE NO Recommend

$2E5E Aluminum Alloys O| e

=iBE&%S High Temp Alloys

A& Hardened Steels

RETR EETR

Left Hand

1 EEH%S Grade 1iF Depth Of Cut

RIS SMEIIE | N

Order No. RALIR RAIE

0.D. (Max) | LD.(Max)
TGF32R025R [ J 0.50| 1.4 |0.25|3.18|9.52| 4.4 1.2 0.8
TGF32L025R [ J 0.50| 1.4 |0.25|3.18|9.52| 4.4 1.2 0.8
TGF32R037R [ J 0.75| 2.5 10375/ 3.18|9.52 | 4.4 2.0 1.5
TGF32L037R [ J 0.75| 2.5 |0.375|3.18|9.52 | 4.4 2.0 1.5
TGF32R050R [ J 1.00| 2.5 |0.50 |3.18|9.52 | 4.4 2.0 1.5
TGF32L050R [ J 1.00| 2.5 |{0.50 |3.18|9.52 | 4.4 2.0 1.5
TGF32R062R [ J 1.25| 2.5 |0.625/3.18(9.52 | 4.4 2.0 1.5
TGF32L062R [ J 1.25| 2.5 (0.625/3.18|9.52 | 44 2.0 1.5
TGF32R075R [ J 1.50| 2.5 [0.75]3.18|9.52 | 44 2.0 1.5
TGF32L075R [ J 1.50| 2.5 [0.75]3.18(9.52 | 44 2.0 1.5

224

Fls|m|R

P> IEIE#SR Cutting Condition Table — Page : P.226



BEEIEKBISHET] A

CARBIDE INSERTS FOR AUTOMATIC LATHES

47 Alloy Steels @ iR / O IR : EENNT Continuous Cutting
< : € E—iE /| CE TR | —MRINT General Cutting
i ik Ml leess e ® FEHERE / & FITHEE BR8N Interrupted Cutting
T §&58 Cast Iron — TR NO Recommend

# $2EE Aluminum Alloys F : #&800L Finishing
=1 S : H$EMNT Semi Finishing

e 0 6 66

=iBE&%S High Temp Alloys
sAEE 8 Hardened Steels

M : 0T Medium
R : #51T Roughing

18815 Grade R=F Dimension (mm)

SR ReR 2 71K 2D
Order No. i Drawing

( AN BEORN BN BN J

SAKBR20005 ° 20| — | 50| 35 | — |&IEEJIR Back Turning
h SAKBR20015 Y 20010/ 5.0 | 35 | — WWWR
SAKBR20025 ° 20020 50| 35 | — Je2
SAKBR30015 Y 3.0 010/ 5.0 | 35 | — e
F \ s \ M \ R SAKBR30025 ° 30020/ 50| 35 | —
SAKCR15018 ° 15|010| 85 | 15 | — |FEREETIA Parting Off
w R
t SAKCR20019 ° 20 0.10| 90| 15 | — K,)dﬁ/
i
SAKCR25019 ° 25(010| 9.0 | 15 | —
F|ls | M|R SAKCR30019 ° 30 /010| 90| 15 | —
SAKGR10013 ° 1.0 |010| 3.0 | = | — [E0#&ETIE Grooving
SAKGR15013 ° 15010| 30 | — | —
SAKGR15025 ° 15020| 50 | — | — _—
SAKGR15027 ° 15020 70| = | -
SAKGR20015 ° 20010/ 50| = | —
SAKGR20025 ° 20020/ 50| — | — i
SAKGR20027 ° 20020/ 70| = | - U, #m
t pi ;
SAKGR20029 ° 20020/ 90| = | - T 7]
225 i
SAKGR25015 ° 250010/ 50 | — | — I
SAKGR25025 ° 251002050/ — | — 19|
|44
SAKGR25029 ° 250020/ 90| — | - R
SAKGR30015 ° 30010/ 50| — | — %
SAKGR30019 ° 30010/ 90| - | - e
SAKGR30025 ° 3002050 = | -
SAKGR30027 ° 30020 70| = | -
Fls|m[R SAKGR30029 ° 30]020/ 90| - | -
SAKPR10053 ° 1.0 |050| 3.0 | — | — |EMEEJIR Radius o
3 SAKPR15075 'Y 15075/ 50 | — | — ﬂwr R o
"4 o
SAKPR20105 ° 20 (10050 | — | — 52 %
SAKPR25125 Y 25 (12550 — | — 3
(o)
F \ s \ M \ R SAKPR30158 ° 30 [150] 80| — | — -
- (o]
SAKTR20655 ° 20 0.05| 6.0 | 55 |0052 BHAERIF Threading =
K’ Q
<« R o
SAKTR30655 ° 3.0 |0.10| 6.0 | 55 |0.10~3 M}é =
{1 3
SAKTR20660 'Y 2.0 |0.05| 6.0 | 60 |0.05~2 5
w
D
FIs|/M|R SAKTR30660 ° 3.0 |0.10| 6.0 | 60 |0.10~3 =

P> 4R Cutting Condition Table — Page : P.226
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IMELTIE / tDEFETIFE

EXTERNAL GROOVING / PARTING TOOLHOLDERS

10 | O I

t It
= N\
| J #E7112ER Right-Hand Shown
i I o Screw
TIARET B4R BRI
Order No. Insert g
(Steel Shank)
MGEHR/L-1616K-2T-16T 16 |16.25| 16 125 16 2.0 HTMT520 ETL25
MGEHR/L-2020K-2T-20T 20 |20.25| 20 125 20 2.0 Rﬂﬂgmmggg HTMT525 ETL25
MGEHR/L-2525M-2T-20T 25 12525 20 150 25 2.0 HTMT525 ETL25
MGEHR/L-1616K-3T-20T 16 |16.30| 20 125 16 3.0 HTMT520 ETL25
MGEHR/L-ZOZOK-BT-ZOT 20 [20.30| 20 125 20 3.0 mgmsggg HTMT525 ETL25
MGEHR-2525M-3T-20T 25 [25.30| 20 150 25 3.0 HTMT525 ETL25
MGMN400..
MGEHR-2525M-4T-20T 25 12535 20 150 25 4.0 MRMN400.. HTMT525 ETL25
\ > e J1F Insert — Page : P.215 P> 14IE#ESR Turning Condition Table — Page : P.226
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IMELTIE / tDEFETIFE

EXTERNAL GROOVING / PARTING TOOLHOLDERS

L |
L1 ‘
?
|
H1 H
J
-
H2
) HEJIRETR Right-Hand Shown

i STERARER " Screw

%*gﬁgﬁﬁjﬁ * : ?%,Eijejf g

(Steel Shank)
KGMY/-1212K-1.5-L10 | 12 | 114 | 10 | 125 | 12 | 15|20 HTM416 PL30
KGM/-1616K-1.5-L10 | 16 | 154 | 10 | 125 | 16 | 1.5 |20 HTMT520 ETL25
KGM®/-2020K-1.5-L10 | 20 | 19.4 | 10 | 125 | 20 | 1.5 |20 GMM2020.. HTMT525 ETL25
KGM®/,-2525M-1.5-L10 | 25 | 24.4 | 10 | 150 | 25 | 15|20 HTMT525 ETL25
KGM?/.-1212K-2T-L10 12 [ 111 10 | 125 | 12 | 2030 HTM416 PL30
KGM?/,-1616K-2T-L10 16 | 151 | 10 | 125 | 16 |2.0|3.0 HTMT520 ETL25
KGM®/,-2020K-2T-L10 20 [19.1| 10 | 125 | 20 |2.03.0 HTMT525 ETL25
KGM®/,-2525M-2T-L10 | 25 | 241 | 10 | 150 | 25 |20 | 3.0 HTMT525 ETL25
KGM?/,-1212K-2T-L13 12 |11 | 13 | 125 | 12 |20|3.0 HTM420 PL30
KGM®/,-1616K-2T-L13 16 | 151 | 13 | 125 | 16 |20 3.0 gmmgggg HTMT520 ETL25
KGM®/,-2020K-2T-L13 20 [19.1| 13 | 125 | 20 |2.03.0 GMM3020.. HTMT525 ETL25
KGM®/,-2525M-2T-L13 | 25 | 241 | 13 | 150 | 25 |20 | 3.0 HTMT525 ETL25 /
KGM®/-1212K-2T-L17 12 |14 | 17 | 125 | 12 |20 |3.0 HTM420 PL30
KGM?/,-1616K-2T-L17 16 | 151 | 17 | 125 | 16 |2.0|3.0 HTMT520 ETL25
KGM®/,-2020K-2T-L17 20 [19.1| 17 | 125 | 20 |20]3.0 HTMT525 ETL25 4k
KGM®/,-2525M-2T-L17 | 25 | 241 | 17 | 150 | 25 | 2.0 | 3.0 HTMT525 ETL25 &
KGM¥/,-1616K-3T-L16 16 | 14.8| 16 | 125 | 16 | 3.0 | 4.0 HTMT520 ETL25 49|
KGM/,-2020K-3T-L16 20 [ 188 | 16 | 125 | 20 | 3.0 | 4.0 HTMT525 ETL25 &
KGM?/,-2525M-3T-L16 | 25 | 23.8 | 16 | 150 | 25 | 3.0 | 4.0 HTMT525 ETL25 15]
KGM®/,-1616K-3T-L20 16 | 14.8| 20 | 125 | 16 | 3.0 | 4.0 GMM3020.. HTMT525 ETL25 Ef
KGM®/,-2020K-3T-L20 20 [ 188 | 20 | 125 | 20 |3.0|4.0 HTMT525 ETL25 =]
KGM®/,-2525M-3T-L20 | 25 | 23.8 | 20 | 150 | 25 | 3.0 | 4.0 HTMT525 ETL25 7EJ
KGMR-3232P-3T-L20 32 /308 20 | 170 | 32 | 3.0 |40 HTMT525 ETL25 +
P> BEETIH Insert — Page : P.216 P> 143K Turning Condition Table — Page : P.226
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IMELTIE / tDEFETIFE

EXTERNAL GROOVING / PARTING TOOLHOLDERS

H1 H2
NEEEINT External Parting: g
\

?

ﬁﬁ*g*ﬁﬁﬂﬁ.ﬁsﬁ Rt Dimension (mm) BETIE T s
RIS Insert Tool Block
(Steel Shank)
SGIH26-2 26 21.4 110 2.2 TGTNO0220..
SGIH26-3 26 21.4 110 3.1 TGTNO0310.. SGTBU..-26
SGIH26-4 26 21.4 110 4.1 TGTNO0410.. ESGAA
SGIH32-2 32 25.0 150 2.2 TGTN0220..
SGIH32-3 32 25.0 150 3.1 TGTNO0310.. SGTBU..-32
SGIH32-4 32 25.0 150 41 TGTNO0410..
P> 2B JIFR Insert — Page : P.216 P> 14I1E#SR Turning Condition Table — Page : P.226
@ | sGTey
1]l . L ‘ ‘
[ [ [ [
| | | |
tg . | | |
1]
Eﬁ H2 D H1
72 H3 L1 T
|
i L2 L \
IIERREE Tool Block

HAHAET EB S R~ Dimension (mm) EETIAR Screw Wrench
Clreler b, Blade o =\
(Steel Shank)
SGTBU20-26 26 | 43 9 21 | 38 | 86 | 20
SGIH26-..
SGTBU25-26 26 | 43 4 23 | 40 | 86 | 25
HTM630 PL50
SGTBU20-32 32 | 50 | 13 | 21 | 40 | 110 | 20
SGIH32-..
SGTBU25-32 32 | 50 8 23 | 42 | 110 | 25
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IMELTIE / tDEFETIFE

EXTERNAL GROOVING / PARTING TOOLHOLDERS

SGTH

L1
@ :[D
Wf:f
NZERLIFE Parting Grooving:
G é
€] © )

HEJIRETR Right-Hand Shown

HAH AT I AR o R~ Dimension (mm) EETIE Screw
Order No. Insert | )
(Steel Shank) H1/H L1 L D
SGTHR1616-2 16 16 110 16 2
TGTN0220.. HTM521 PL40
SGTHR2020-2 20 18 125 20 2
SGTHR2020-3 20 20 125 20 3
TGTNO0310.. HTM625 PL50
SGTHR2525-3 25 25 150 25 3
SGTHR2525-4 25 30 150 25 4 TGTNO0410.. HTM625 PL50
P> 2EZJIF Insert — Page : P.216 P> 14I1E#SR Turning Condition Table — Page : P.226
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IMELTIE / tDEFETIFE

EXTERNAL GROOVING / PARTING TOOLHOLDERS

HNEEHEMT External Grooving:

th |

H2
g HEJIRETR Right-Hand Shown

# H= <} Di i o Scre
?ﬁ*gﬁ;{ﬂﬁjﬁsﬁ R~ Dimension (mm) BRI W
(Steel Shank) s wy(
KTGFR/L-1 010K-16F 10 10 4 125 | 10 TGF32R../ TGF32L.. MS4009A
KTGFR-1012K-16F 10 12 2 125 | 12 TGF32R..
KTGF®/,-1212K-16F 12 |12 | 2 [125| 12 TGF32R..
KTGFY/,-1616K-16F 6 | 16 | — [125] 16 TGF32L.. ETE1s
KTGFR-2020K-16F 20 20 - 125 | 20 TGF32R.. MS4011A
KTGFR/L-1 616K-16 16 20 - 125 | 16
B — TGF32R..
KTGF"/ -2020K-16 20 25 125 | 20 TGF32L..
KTGFR/L-2525M-16 25 32 — | 150 | 25
P> 2EL TR Insert — Page : P.217,218 P> 1IBIE#SR Turning Condition Table — Page : P.226
4 L ‘
@
g H
B
S~ H vy
2 KTGFS L HL
& HIELFEINT External Grooving: —
F
7] A ~ D
? I -
. J ZEJJ1RER Left-Hand Shown
i E Vi um e S
(Steel Shank) e wy(
KTGFSL-1616K-16 16 22 125 16
TGF32R.. MS4009A ETF15
KTGFSL-2020K-16 20 26 125 20
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P> BT Insert — Page : P.217,218 P> EI1E#FR Turning Condition Table — Page : P.226




CNC ELNEEIEKFETITE - SAK %31

TOOLHOLDERS FOR AUTOMATIC LATHES- SAK SERIES

L1 —

w i SO 1

HT\ S ’

sTHEIESE R~ Dimensions (mm) BERTIE
Order No. H/H1| L1 L D Insert
SAKG®/,-1010K-374 10 9 125 10 4
SAKGR/,-1212K-374 12 9 125 12 4
SAKGR/,-1212M-374 12 9 150 12 4
SAK.. MS3509A ETF15
SAKGF/,-1616M-374 16 9 150 16 4
SAKG®/,-2020K-374 20 9 125 20 4
SAKGY/,-2525M-374 25 9 150 25 4
P> {£ETIF Insert — Page : P.219 P> & Turning Condition Table — Page : P.226 i
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SAKCTIR SAKBJ]R SAKPJIH SAKGIH/ SAKT/IH




tIRIIF 2% [ 1118 & tER ]

RECOMMENDED GROOVING & PARTING CONDITION TABLE

m 118 | EERE TR MR

CARBIDE GROOVING / PARTING INSERTS- CUTTING CONDITION TABLE

&N T & HIETNT GROOVING & PARTING

ITHE fixZ=s Al S wHE RaE =BRa
Material Carbon Alloy Stainless Cast Aluminum High Temp
Steels Steels Steels Iron Alloys Alloys
I#.FHB'@" S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
R HRC<30 HRC30~40 = HRC<30 = HRC<30
Hardness
HIHIEE Ve 50~130m/min 50~130m/min 50~100m/min 50~150m/min 80~200m/min 50~100m/min
b =2
BlEGEf 0.03~0.07 0.03~0.07 0.02~0.06 0.03~0.08 0.03~0.10 0.02~0.07
(mm/rev)

X ERARAREHZEENSHELESENT  INIHKRRLT - BRERSSH -

We recommend starting with slow speeds and feeds. If processing goes well, you can raise parameters gradually.

Remarks -

14 f
5

A4
Hl
15 &R T PLUNGE TURNING
i MIHE = CEa T ] ma® BES
%E Material Carbon Alloy Stainless Cast Aluminum High Temp
— Steels Steels Steels Iron Alloys Alloys
t)] I1.¢HEE' S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
*ﬁ Material Code
%o
t B HRC<30 HRC30~40 = HRC<30 = HRC<30
)] Hardness
%ﬁ
- INEIEE Ve 50~130m/min 50~130m/min 50~100m/min 50~150m/min 80~200m/min 50~100m/min
s 0.02~0.07 0.02~0.07 0.02~0.06 0.02~0.08 0.03~0.10 0.02~0.06
(mm/rev)

X ERSRAREIHZEENSHELSESENT - NIHRRLT - BRERASSH -

We recommend starting with slow speeds and feeds. If processing goes well, you can raise parameters gradually.

fiizE |:
Remarks P

?

X tIHIATE / Cutting formula : S(EEREEEE) = Ve(HIHIEEE) X 1000/ D(IMZ) / © (3.14) FOELEE) = f(SMEIERE) X S(THEE)

@
2
o
o
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Q@
Qo
ne
[N
=
S
Q@
(@)
o
>
=3
=3
o
=
_|
Q
S
@

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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EmiEIER

PRODUCT SELECTION TABLE

e IZEaEE T] | Carbide Thread Inserts- External

ER A7k - iZFAEY 55 ELZTIk - iZFAY 55° ER 7]k - iZFAE 60 ELZTIFR - iZFAE 60

R ,OK XO, ,OK )\O.

Partial Profile — @ . @ — @ . @
¥2FE Pitch ¥2FE Pitch $2§E Pitch ¥25E Pitch
ERATIH - 1SO #81% 60° EL 7K - 1SO 3518 60° ER A 7] - UN 848 60° EL 7] - UN #8148 60°

258 (@) o) (@) (@)
Full Profile i o __4@ = @

12EE Pitch 25E Pitch Y2EE Tpi B2FE Tpi

e AIRAEE J] | Carbide Thread Inserts- Internal

™~

IRATIR -2 & 55° IL AR - 2R 55° IRATIHR -iZHE 60° ILZETIR - %3 60°
o - o -
% 2R o) 0O o) O
& Partial Profile Py il 4 ™~ i o
2 @ @ @ @
gﬁ 12EE Pitch 12E Pitch ¥25E Pitch $2EE Pitch
2
7]
H’ IRA7IR -1SO #1& 60° ILZTIR -1SO #1& 60° IRA7IR -UN R 60° ILZ7]R - UN #R#g 60°
2R @) (@) (@) (@)
Full Profile el o= ) P il ® _4@

¥2EE Pitch ¥2FE Pitch YREE Tpi YREE Tpi
2VELYW 0.35~3.00 S2VELY 0.35~3.00 P.236 P.236

(@)

Q

-~

=)

)

i | 5 8

‘% Type Description

2

= Vo — TN T — R EEIREE » dN—Fr 7SI TIREE 0.5~1.5mm o
» /7 \ - ] The same partial profile type can be used to cut threads with different pitch from 0.5mm to
] ) / Partial Profile

= METFNIE 1.5mm.

(7]

HHIEEE 2]

vie 2 oFRY AINTE—RTHREE - T 7RISR - BERYD -
/ Full Profile Each thread pitch of a particular standard requires a different insert. It gives you better

/ . . - :
METANTE | mes dimensional accuracy, and a well finished thread with no burrs.
- Valy

EHHIBEE

X NBERATIF ~ MBERETIR ~ RBAGTIR ~ REBSATIR - OETI R FEeHA -
External right hand threading insert, external left hand threading insert, internal right hand threading insert and internal left
hand threading insert are separate.




EmiEIER

PRODUCT SELECTION TABLE

N RIB4EE J]12 External Threading Toolholders

[

SKE

SiRAyEEH External Threading:

HMZALEN| External Threading:

THAERR Y
12~25D

ARIBAEE IR Internal Threading Toolholders

~—

b

-

RIRAEEY Internal Threading:

1

B/\EE

AR4EEY Internal Threading:

>
<+ [OpA
BEE

BEETIR
ARt Es

Designations
For Threading
Insert

P.230

IIEIRA R

[ 124 EH] )

Threading
Condition Table

P.241~242

Bifr &

Technical
Data

P.243~244

i
12

TIF S =

()
)
=
o
o
@
—
>
=
o®
D
%
>
»
®
e
—
»
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XTI FimiS AR 8

DESIGNATIONS FOR THREADING INSERT

11 E R A 60
K H B KN KN

1 JIRER 2 IRAEEEY
Insert Length Application
ek 2% | AR AN 5% 1 1% R
2 Code Size Diagram 1 Code Diagram
SMZEL External
11 11mm E g
PILRAY Internal x
16 16mm | =
&
3 JIR7ME 4 473
Hand of Insert Thread Pitch
RS | 6 SMBAY PIRA 5% FI! Partial Profile 77
1 Code Description Thread External | Thread Internal Diagram
5% 2R oF I I
57E Code |Pitch (mm)| Tpi (Inch)
R Right Hand A 05~15 | 48~16
Insert
AG 0.5~3.0 48~8
=R
L Left Hand ~ ~
Insert G 1.75~3.0 14~8 S
[ o —
2 578 Full Profile S | Pitch
s YREE oF I I
5 PR T EY Code |Pitch (mm)| Tpi (Inch)
Thread Profile 0.75 0.75 -
X Tpi( o / Y ) SREBRE R
72 FA%! Partial Profile 36 - 36 A[HAT
! _ 25.4 = Tpi = Pitch (mm)
73 at BA 40 _ 40 Ex. 36 Tpi —
Code Description 25.4 = 36 =0.7mm
55 ;2 FAEY 55° Partial Profile 55°
60 72 FA8Y 60° Partial Profile 60°
2 58 Full Profile
73 = BA
Code Description
ISO ISO #31& 60° 1SO Metric 60°
UN UN =818 60° UN Metric 60°




S R EETIF - iZFE - 55°/ 60°

CARBIDE THREAD INSERTS- EXTERNAL- PARTIAL PROFILE- 55°/ 60°

R ARER

Order No.

b Alloy Steel [ ] [
R ® =176 / O B=H AT Continuous Cutting
< : © IR /| CETHERE | —MINT General Cutting

R ¢ | ¢ % E—E7 | © E_IEH : BN Interrupted Cutting
il - — F#EE NO Recommend

$585 Cast Iron C
I
g $REE Aluminum Alloys o |

iBES High TempAlloys | ® | @
HEIR EER
=48 Hardened Steels ° ¢ Right Hand Left Hand

3
Thread

11ERA55 [ J 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
11ELA55 [ J 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
16ERA55 [ J 0.5~1.5| 48~16 | 16 |9.52|0.05| 0.8 | 0.9
Ss 16ELAS55 ° 0.5~1.5| 48~16 | 16 |9.52|0.05 0.8 | 0.9 ||™" s
| OK 16ERAG55 [ J 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7 W
— 16ELAG55 [ J 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7 IS
16ERG55 ° 175~3.0| 14~8 | 16 |952[0.17| 12 | 17 -
@ 16ELG55 [ J 1.75~3.0| 14~8 16 [9.52|0.17| 1.2 | 1.7
P> JIH2EE Tool — Page : P.238,239 P> EIE#SR Turning Condition Table — Page : P.241
44 Alloy Steels e ¢ .
@ F—IERE / O ETHER : EENT Continuous Cutting
rmsamcses o« | SHEN/CECE AUy
7:JE|] S8 Cast Iron ol e — A 3#E NO Recommend
el #a& s Aluminum Alloys O | c

=iBAa% High Temp Alloys

EES 8 Hardened Steels

sIHBARR L3
Order No. Thread
11ERA60 ° 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
11ELA60 ° 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
16ERA60 e o 0.5~1.5| 48~16 | 16 |9.52|0.05| 0.8 | 0.9
So 16ELABO I 0.5~1.5| 48~16 | 16 | 9.52/0.05| 0.8 | 0.9 ||™ o0
Io e 16ERAG60 ° 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7 W
— 16ELAG60 ° 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7 IS
16ERG60 ° 1.75~3.0] 14~8 | 16 |9.52|0.17| 1.2 | 1.7 s
@ 16ELG60 I 1.75~3.0| 14~8 | 16 |9.52/0.17| 1.2 | 1.7

P> JIIEEE Tool — Page : P.238,239

X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)

P> IBIEHSR Turning Condition Table — Page : P.241
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ESHTIMEXE IR - 2 E - ISO #ith 60

CARBIDE THREAD INSERTS- EXTERNAL- FULL PROFILE-ISO METRIC 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 F—IEE / S FTHRE | ENENNT Interrupted Cutting

A #5480 Stainless Steels o | e

— A HERE NO Recommend
7JIH $585 Cast Iron o €
7 2 ;
& $R& s Aluminum Alloys O | G

iBES High TempAlloys | ® | @

AETIR

EER
FEE2 i Hardened Steels o € Right Hand

Left Hand

148875 Grade $2EE Pitch
I FEARSR =2 L
Order No. Thread
11ERO0.351SO [ J 0.35 11 |6.35/0.04| 0.8 | 0.4
11EL0.35ISO [ J 0.35 11 |6.35/0.04| 0.8 | 0.4
11ERO0.401SO [ J 0.40 11 |6.35/0.04| 0.7 | 0.4
11ERO0.451SO [ J 0.45 11 |6.35/0.05| 0.7 | 0.4
11ER0.501SO [ J 0.50 11 |6.35/0.05| 0.6 | 0.6
11EL0.50ISO [ 0.50 11 |6.35/0.05| 0.6 | 0.6
11ER0.601SO [ J 0.60 11 |6.35/0.07| 0.6 | 0.6
11ER0.701SO [ 0.70 11 /6.35/0.07| 0.6 | 0.6
11ER0.751SO [ 0.75 11 /6.35/0.08| 0.6 | 0.6
11EL0.75ISO [ J 0.75 11 |6.35/0.08| 0.6 | 0.6
\ 11ER0.801SO [ 0.80 11 |6.35/0.09| 0.6 | 0.6
11ER1.00I1SO [ J 1.00 11 |/6.35/0.12| 0.7 | 0.7
11EL1.00I1SO [ J 1.00 11 /6.35/0.12| 0.7 | 0.7
ﬁ% 11ER1.251SO [ J 1.25 11 |6.35/0.15| 0.8 | 0.9
&m 11ER1.501SO [ J 1.50 11 /6.35/0.18| 0.8 | 1.0
7" 11EL1.501SO [ J 1.50 11 [6.35/0.18 | 0.8 | 1.0 | |itemal
m’% ™) 16ERO0.751SO [ J [ J 0.75 16 |9.52/0.08| 0.6 | 0.6
g o 16ELO0.751SO [ J [ J 0.75 16 |9.52/0.08| 0.6 | 0.6 7 s
— 16ER0.80ISO o o 0.80 16 [9.52|0.09 | 0.6 | 0.6 O
7] /A7 Tolerance Class
E 16EL0.80ISO o o 0.80 16 |9.52(0.09| 0.6 | 0.6 6q/6H
16ER1.001SO [ J [ J 1.00 16 |9.52/0.12| 0.7 | 0.7
16EL1.00I1SO [ J [ J 1.00 16 |9.52/0.12| 0.7 | 0.7
16ER1.251SO [ J 1.25 16 |9.52/0.15| 0.8 | 0.9
16EL1.25ISO [ [ J 1.25 16 |9.52/0.15| 0.8 | 0.9
g;’ 16ER1.501SO [ [ J 1.50 16 |9.52/0.18| 0.8 | 1.0
O. 16EL1.501SO [ [ J 1.50 16 |9.52/0.18| 0.8 | 1.0
% 16ER1.751SO [ [ J 1.75 16 |9.52/0.21]| 0.9 | 1.2
g 16EL1.75ISO [ [ J 1.75 16 |9.52/0.21| 0.9 | 1.2
g 16ER2.001SO [ 2.00 16 |9.52/0.25| 1.0 | 1.3
=) 16EL2.00ISO [ J [ J 2.00 16 |9.52/0.25| 1.0 | 1.3
‘g 16ER2.501SO [ J [ J 2.50 16 |9.52/0.31| 1.1 | 1.5
? 16EL2.501SO [ J [ J 2.50 16 |9.52/0.31| 1.1 | 1.5
g 16ERS3.001SO [ J 3.00 16 |9.52/0.38| 1.2 | 1.6
g @ 16EL3.001SO [ J [ J 3.00 16 |9.52/0.38| 1.2 | 1.6
= P> JIHZEE Tool — Page : P.238,239 P> k& #SR Turning Condition Table — Page : P.241

X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)




ESHIIMERETIR - 242 - UN 3% 60°

CARBIDE THREAD INSERTS- EXTERNAL- FULL PROFILE- UN METRIC 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 F—IEE / S FTHRE | ENENNT Interrupted Cutting

A #5480 Stainless Steels o | e

— A HERE NO Recommend
7JIH $585 Cast Iron o €
7 2 ;
& $R& s Aluminum Alloys O | G

iBES High TempAlloys | ® | @

AETIR

EER
FEE2 i Hardened Steels o € Right Hand

Left Hand

TR RSE 2 : 8 &

Order No. Thread

11ER32UN [ 32 11 [6.35/0.09| 0.6 | 0.6

11ER28UN [ 28 11 [6.35/0.10| 0.6 | 0.7

11EL28UN [ 28 11 [6.35/0.10| 0.6 | 0.7

11ER18UN [ ] 18 11 [6.35/0.17| 0.8 | 1.0

11ER16UN [ ] 16 11 [6.35/0.18| 0.9 | 11

16ER40UN [ ] 40 16 [9.52(0.06 | 0.6 | 0.6

16EL40UN [ 40 16 [9.52|0.06 | 0.6 | 0.6

16ER36UN [ 36 16 [9.52(0.07| 0.6 | 0.6

16EL36UN [ 36 16 [9.52(0.07| 0.6 | 0.6

16ER32UN [ 32 16 [9.52(0.09| 0.6 | 0.6

16EL32UN [ ] 32 16 [9.52(0.09| 0.6 | 0.6

16ER28UN [ ] 28 16 [9.52(0.10| 0.6 | 0.7 /

16EL28UN [ ] 28 16 [9.52(0.10| 0.6 | 0.7

16ER26UN [ 26 16 |9.52/0.11| 0.7 | 0.8

16EL26UN [ 26 16 |9.52/0.11| 0.7 | 0.8

16ER24UN [ 24 16 [9.52(0.12| 0.7 | 0.8 i%

16EL24UN [ 24 16 [9.52(0.12| 0.7 | 0.8 ﬂﬁ

16ER20UN [ 20 16 19.52|0.15| 0.8 | 0.9 || A 9|~
~ 16EL20UN [ 20 16 [9.52(0.15| 0.8 | 0.9 g,%
o 16ER18UN [ 18 16 |9.52/0.17| 0.8 | 1.0 n L
¢ o 16EL18UN [ 18 16 |9.52/0.17| 0.8 | 1.0 ol I %

16ER16UN [ 16 16 |9.52|0.18| 0.9 | 1.1 | /A2 Tolerance Class H_

16EL16UN [ 16 16 |9.52/0.18| 0.9 | 1.1 2A /2B

16ER14UN [ 14 16 [9.52(0.22| 1.0 | 1.2

16EL14UN [ ] 14 16 [9.52(0.22| 1.0 | 1.2

16ER13UN [ ] 13 16 [9.52(0.24| 1.0 | 1.3

16EL13UN [ 13 16 |9.52/0.24| 1.0 | 1.3

16ER12UN [ 12 16 |9.52/0.26| 1.1 | 1.4 g

16EL12UN [ 12 16 (9.52(0.26| 1.1 | 1.4 g

16ER11.5UN [ 11.5 16 [9.52(0.27 11 | 1.5 ‘3'

16EL11.5UN [ 11.5 16 [9.52(0.27 11 | 1.5 =)

16ER11UN [ ] 11 16 [9.52(0.28( 1.1 | 1.5 g

16EL11UN [ ] 11 16 [9.52(0.28( 1.1 | 1.5 =

16ER10UN [ 10 16 |9.52/0.32| 1.1 | 1.5 o

16EL10UN [ 10 16 |9.52/0.32| 1.1 | 1.5 a"

16ER9UN [ 9 16 [9.52(0.36| 1.2 | 1.7 in

16ELOUN [ J 9 16 [9.52(0.36| 1.2 | 1.7 =

16ER8BUN [ 8 16 (952041 1.2 | 1.6 é

@ 16ELS8UN [ ] 8 16 (952|041 1.2 | 1.6 =

P> JIHZEE Tool — Page : P.238,239 P> EIE#SR Turning Condition Table — Page : P.242




AR ETIf - iZHE - 55°/ 60°

CARBIDE THREAD INSERTS- INTERNAL- PARTIAL PROFILE- 55°/ 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 F—EE / S FETHRE | ENENT Interrupted Cutting
— Z#EREE NO Recommend

A #5480 Stainless Steels o | e

$585 Cast Iron C

$REE Aluminum Alloys o |

iBES High TempAlloys | ® | @

AETIR

THEJIA
;AE# Hardened Steels o ¢ Right Hand

TSR - 8 W

Order No. ' Thread

11IRA55 [ J 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
11ILA55 [ J 0.5~1.5| 48~16 | 11 |6.35/0.05| 0.8 | 0.9
B 16IRA55 [ J 0.5~1.5| 48~16 | 16 |9.52|0.05| 0.8 | 0.9
A 16ILA55 ° 0.5~1.5| 48~16 | 16 |9.52/0.05| 0.8 | 0.9 ||"" s
}\O : 16IRAG55 [ J 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7
T 16ILAG55 [ J 0.5~3.0| 48~8 | 16 |9.52/0.05| 1.2 | 1.7 LIS
External
16IRG55 o 1.75~3.0| 14~8 16 [9.52|0.12| 1.2 | 1.7
@ 161LG55 o 1.75~3.0| 14~8 16 [9.52/10.12| 1.2 | 1.7
> JI12EE] Tool — Page : P.240 P> 1IHIE#~SR Turning Condition Table — Page : P.241
44 Alloy Steels e e _ o . .
@ F—IERE / O ETHER : EENT Continuous Cutting
. € E—IfERE / CEITER | —MRINIT General Cutting
5 (St Se i 8 F—HE / ©ETHERE : EiEINT Interrupted Cutting
— A #EE NO Recommend
?ﬁm 7JII] $=84 Cast Iron [ I
7 -~ .
12 £ 2/ E Aluminum Alloys O | c
# —
E BiRAs HighTempAlloys | @ | €
N RETR EER
)7:.|j_ s EH Hardened Steels o ¢ Right Hand Left Hand
Hl= = : 12 &
Order No. Thread
g;’ 11IRA60 o 0.5~1.5| 48~16 | 11 |6.35|0.05| 0.8 | 0.9
& 11ILA60 o 0.5~1.5| 48~16 | 11 |6.35|0.05| 0.8 | 0.9
o
® 16IRA60 [ ] [ ) 0.5~1.5| 48~16 | 16 |9.52|0.05| 0.8 | 0.9
— /" Internal "
= 16ILAG0 [ ] [ ) 0.5~1.5| 48~16 | 16 |9.52|0.05| 0.8 | 0.9 0
®
g_ }\O : 16IRAG60 [ ] [ ) 0.5~3.0| 48~8 16 [9.52/0.05| 1.2 | 1.7
§ I 16ILAG60 [ ] [ ) 0.5~3.0| 48~8 16 [9.52/0.05| 1.2 | 1.7 LIS
External
g 16IRG60 [ ] [ ) 1.75~3.0| 14~8 16 [9.52/0.12| 1.2 | 1.7
? @ 161LG60 o [ ] 1.75~3.0| 14~8 16 [9.52|0.12| 1.2 | 1.7
P> JIIZEE Tool — Page : P.240 P> 4% #IR Turning Condition Table — Page : P.241
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X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)




ESHINIEETIF - 2 E - ISO #ith 60

CARBIDE THREAD INSERTS- INTERNAL- FULL PROFILE-ISO METRIC 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 F—IEE / S FTHRE | ENENNT Interrupted Cutting

A #5480 Stainless Steels o | e

— A HERE NO Recommend
7JIH $585 Cast Iron o €
7 2 ;
& $R& s Aluminum Alloys O | G

iBES High TempAlloys | ® | @

AETIR

THEJIA
;AE# Hardened Steels o ¢ Right Hand

PETE Grade ¥ZEE Pitch
HE 0 = 2 W
Order No. Thread
11IR0.351SO ° 0.35 11 [6.35/0.02| 0.8 | 0.3
111L0.35ISO ° 0.35 11 [6.35/0.02| 0.8 | 0.3
11IR0.401SO ° 0.40 11 6.35/0.02| 0.8 | 0.4
11IR0.501SO ° 0.50 11 |6.35/0.03| 0.6 | 0.6
111L0.501SO ° 0.50 11 |6.35/0.03| 0.6 | 0.6
11IR0.701SO ° 0.70 11 |6.35/0.04| 0.6 | 0.6
11IR0.75ISO ° 0.75 11 |6.35/0.04| 0.6 | 0.6
111L0.751SO ° 0.75 11 |6.35]0.04| 0.6 | 0.6
11IR0.801SO ° 0.80 11 |6.35]0.04| 0.6 | 0.6
11IR1.001SO ° 1.00 11 |6.35/0.05| 0.6 | 0.7
111L1.001SO ° 1.00 11 |6.35/0.05| 0.6 | 0.7 _—
11IR1.251SO ° 1.25 11 |6.35/0.07| 0.8 | 0.8
111L1.251SO ° 1.25 11 |6.35/0.07| 0.8 | 0.8
11IR1.501SO ° 1.50 11 |6.35/0.08| 0.8 | 1.0 o
111L1.501SO ° 1.50 11 |6.35/0.08] 0.8 | 1.0 |5 88
2 16IR0.75ISO o o 0.75 16 |9.52|0.04| 0.6 | 0.6 || : A
o 161L0.75SO o o 0.75 16 |9.52|0.04| 0.6 | 0.6 ' E?
Jr 16IR0.801SO o o 0.80 16 |9.52|0.04| 0.6 | 0.6 T
161L0.801SO [ I ) 0.80 16 |9.52(0.04| 0.6 | 0.6 | /2% Tolerance Class %
16IR1.00ISO oo 1.00 16 |9.52/0.05 0.6 | 0.7 6g/6H e
161L1.001SO o o 1.00 16 |9.52|0.05| 0.6 | 0.7
16IR1.251SO o o 1.25 16 |9.52|0.07 | 0.8 | 0.9
161L1.251SO o o 1.25 16 |9.52|0.07 | 0.8 | 0.9
16IR1.501SO o o 1.50 16 |9.52/0.10| 0.8 | 1.0
161L1.501SO o o 1.50 16 |9.52/0.10| 0.8 | 1.0 o
16IR1.75ISO o o 1.75 16 [9.52/0.12] 0.9 | 1.2 S
161L1.751SO o o 1.75 16 [9.52]0.12] 0.9 | 1.2 &
16IR2.001SO o o 2.00 16 |9.52/0.13| 1.0 | 1.3 5
161L2.001SO o o 2.00 16 |9.52/0.13| 1.0 | 1.3 §
16IR2.501SO o o 2.50 16 |9.52/0.15| 1.1 | 1.5 5
161L2.501SO o o 2.50 16 |9.52/0.15| 1.1 | 1.5 ﬁ
16IR3.001SO o o 3.00 16 |9.52/0.18| 1.1 | 1.5 ¢
@ 161L3.001SO o o 3.00 16 |9.52/0.18| 1.1 | 1.5 =
P> JJ1EEE Tool — Page : P.240 P 4l Turning Condition Table — Page : P.241 3

X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)




ESHINEXETIF - 2 - UN %% 60°

CARBIDE THREAD INSERTS- INTERNAL- FULL PROFILE- UN METRIC 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 FE—IEE / S FETHRE | EENT Interrupted Cutting
— Z#EREE NO Recommend

A #5480 Stainless Steels o | e

$585 Cast Iron C

$REE Aluminum Alloys o |

iBES High TempAlloys | ® | @

AETIR

THEJIA
;AE# Hardened Steels o ¢ Right Hand

Left Hand

TSR - 8 W

Order No. . Thread

11IR32UN ° 32 11 |6.35/0.04| 0.6 | 0.6
11IL32UN ° 32 11 |6.35/0.04| 0.6 | 0.6
11IR28UN ° 28 11 |6.35/0.04| 0.6 | 0.7
11IL28UN ° 28 11 |6.35/0.04| 0.6 | 0.7
11IR24UN ° 24 11 6.35]0.05] 0.7 | 0.8 |[niie 2 & .
& 11IL24UN ° 24 11 |6.35(0.05| 0.7 | 0.8
(@) 11IR20UN ° 20 111635006 08|09 || FAAJ NS
_— 11IL20UN ° 20 11 |6.35(0.06| 0.8 | 0.9 R
/A7 Tolerance Class
11IR18UN ° 18 11 |6.35(0.07| 0.8 | 1.0 oA/ 2B
11IL18UN ° 18 11 |6.35(0.07| 0.8 | 1.0
\ 11IR16UN ° 16 11 16.35(0.09| 0.9 | 1.1
@ 11IL16UN ° 16 11 16.35(0.09| 0.9 | 1.1
P> JIH2EE Tool — Page : P.240 P> & #ESR Turning Condition Table — Page : P.242
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X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)




ESHINEXETIF - 2 - UN %% 60°

CARBIDE THREAD INSERTS- INTERNAL- FULL PROFILE- UN METRIC 60°

i Alloy Steel [ ) [ 2
METAlloySees ® 55— | O E=#7 | BT Continuous Cutting

€ E—IEE / CETHRE | —NT General Cutting
8 F—IEE / S FTHRE | ENENNT Interrupted Cutting

A #5480 Stainless Steels o | e

— A HERE NO Recommend
7JIH $585 Cast Iron o €
7 2 ;
& $R& s Aluminum Alloys O | G

iBES High TempAlloys | ® | @

AETIR

THEJIA
;AE# Hardened Steels o ¢ Right Hand

148875 Grade $2E Pitch
I FEARSR 2 . L
Order No. Thread
16IR40UN [ 40 16 |9.52/0.03| 0.6 | 0.6
16IL40UN [ 40 16 |9.52/0.03| 0.6 | 0.6
16IR36UN [ 36 16 |9.52/0.03| 0.6 | 0.6
16IL36UN [ 36 16 |9.52/0.03| 0.6 | 0.6
16IR32UN [ J 32 16 |9.52/0.04| 0.6 | 0.6
16IL32UN [ 32 16 |9.52/0.04| 0.6 | 0.6
16IR28UN [ J 28 16 |9.52/0.04| 0.6 | 0.7
161L28UN [ 28 16 |9.52/0.04| 0.6 | 0.7
16IR26UN [ 26 16 |9.52/0.04| 0.7 | 0.8
161L26UN [ J 26 16 |9.52/0.04| 0.7 | 0.8
16IR24UN [ 24 16 |9.52/0.05| 0.7 | 0.8 /
161L24UN [ J 24 16 |9.52/0.05| 0.7 | 0.8
16IR20UN [ J 20 16 |9.52/0.06| 0.8 | 0.9
161L20UN [ J 20 16 |9.52/0.06| 0.8 | 0.9 ﬁ%
16IR18UN [ J 18 16 |9.52/0.07| 0.8 | 1.0 ﬂﬁ
16IL18UN [ J 18 16 [9.52|0.07 | 0.8 | 1.0 | |itemal W
4 16IR16UN [ J 16 16 |9.520.09| 0.9 | 1.1 g'g
o 16IL16UN [ J 16 16 |9.520.09| 0.9 | 11 o s ’%ﬁ
- 16IR14UN [ J 14 16 |9.52/0.10| 0.9 | 1.2 )
/A7 Tolerance Class 7]
16IL14UN ° 14 16 [9.52/0.10| 0.9 | 1.2 oA/ 2B E
16IR13UN [ J 13 16 |9.52/0.11| 1.0 | 1.3
16IL13UN [ J 13 16 |9.52/0.11| 1.0 | 1.3
16IR12UN [ J 12 16 |9.52/0.12| 1.1 | 1.4
16IL12UN [ 12 16 |9.52/012| 1.1 | 1.4
16IR11.5UN [ 11.5 16 |9.52/0.13| 1.1 | 1.5 g?
16IL11.5UN [ 11.5 16 |9.52/0.13| 1.1 | 1.5 o
16IR11UN [ 11 16 |9.52/0.14| 1.1 | 1.5 %
16IL11UN [ 11 16 |9.52/0.14| 1.1 | 1.5 5
16IR10UN [ 10 16 |9.52/0.15| 1.1 | 1.5 §
16IL10UN [ J 10 16 |9.52/0.15| 1.1 | 1.5 =)
16IRO9UN [ J 9 16 |9.520.17| 1.2 | 1.7 ﬁ
16IL9UN [ J 9 16 |9.520.17| 1.2 | 1.7 ‘f_
16IR8UN [ J 8 16 |9.52/0.19| 1.1 | 1.5 %
@ 16IL8UN [ J 8 16 |9.52/0.19| 1.1 | 1.5 §
P> JIIZEE Tool — Page : P.240 P> &SR Turning Condition Table — Page : P.242 -

X 25.4 + Tpi ( #&IE8 {7 Inch) = Pitch ( %1841 Metric)




JMHEIEIXETIIE

EXTERNAL THREADING TOOLHOLDERS

L |
Ao)
& F A P
SER-1010K-16HC “ v
SER-1212K-16HC @)

N2 EaEl External Threading:

1D

)

"‘ ﬂoﬁ/ —
o =
- SER-1216K-16HC  H1 H
@b SER-1616K-16HC
o
‘ ) AEJIRET Right-Hand Shown

MR B AR oR .
Sl N %IEEZJH,# S Ese If’;rts
(Steel Shank) P
SER/,-1010K-16HC 10 10 125 10
SEN/,-1212K-16HC 12 12 125 12 ]
SEN/,-1216K-16HC 12 16 125 16
SE/,-1616K-16HC 16 16 125 16 16ER..
SER/,-1616K-16CL 16 20 125 16 16EL..
SER/,-2020K-16CL 20 25 125 20 )
SER/,-2525M-16CL 25 32 150 25
SER/,-3232P-16CL 32 40 170 32
B Screw Screw
Spare Parts g ()
1 MS3509A - - - - ETF15
\ 2 MS3512A GXN16 / GXE16 HTM309 PL25 MC35-3V ETF15
P> EETIE Insert — Page : P.231~233 P> k1% #3R Turning Condition Table — Page : P.241,242
4 L ‘
& |
12 ‘ £@; }
> F
Ay SE SER-1010K-16 .
E N - - SER-1212K-16
7 SNiZarEssl External Threading:
A 10°
¥
= ' = —
0> <+ SER-1216K-16 H1 © H
(@) SER-1616K-16H
b~
) / HEJJEEIT Right-Hand Shown
HIAART B4R R R~F Dimension (mm) s
Clielzr 2, hlEi?rtH- S EEe Ifj;rts
m (Steel Shank) p
3 SER/,-1216K-16 12 16 125 16
5 SER/,-1010K-16H 10 10 125 10 ]
= SER/,-1212K-16H 12 12 125 12
& SER/,-1616K-16H 16 16 125 16 16ER..
o
= SER/,-1616K-16 16 20 125 16 16EL..
«
= SER/,-2020K-16 20 25 125 20 )
(o]
=3 SER/,-2525M-16 25 32 150 25
=
% SER/,-3232P-16 32 40 170 32
D
» Screw Wrench Wrench
fic %
Spare Parts | ) = F
1 MS3509A - - - ETF15
2 MS3512A GXN16/ GXE16 HTM309 PL25 ETF15

P> BEZTIE Insert — Page : P.231~233 % SER JJS4EER GXE 811 ; SEL JISHEED GXN &K o




JMHEIEIXETIIE

EXTERNAL THREADING TOOLHOLDERS

SKE

N2 EaEl External Threading:

<4

L y HAEJIRER Right-Hand Shown

m%ﬁi{ﬁjﬁ%ﬁ Rt Dimension (mm) EETIE B
(Steel Shank) Insert Spare Parts
SKEF/,-1212K-16 12 18 125 12 1
SKE®/,-1616K-16 16 22 125 16 16ER..
SKER/,-2020K-16 20 27 125 20 16EL.. 2
SKE®/,-2525M-16 25 34 150 25
B Screw Screw
Spare Parts () | )
1 MS3509A - - - ETF15
2 MS3512A GXN16 / GXE16 HTM309 PL25 ETF15
% SER JJ12$5HE GXE # 5 ; SEL JJ18#EL GXN # 5  SER right hand tools shim is GXE16 | SEL left hand tools shim is GXN16.
P> 1EELTIH Insert — Page : P.231~233 P> K13 Turning Condition Table — Page : P.241,242
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A LEIXE 7

INTERNAL THREADING TOOLHOLDERS

o sn| on) @ =

AZ4EEE| Internal Threading:

HEJIRETR Right-Hand Shown

A HRETEE4RSE Order No. (Steel Shank) R~f Dimension (mm) BRI B
Insert Spare Parts

## 17Kk ¥#, Non-coolant 7Kk ¥l Coolant
SNR/,_-OOZOR-1GCL SNR/,_-AOOZOR-1 6CL 12.0 40 200 20 24

SN¥/,-0025R-16CL | SN¥/,-A0025R-16CL | 145 | 45 | 200 | 25 | 29 16IR.. 1

161L..
SN®/,-0032S-16CL | SNF/,-A0032S-16CL | 18.5 45 250 32 36

B Screw Wrench
Spare Parts ) =\
1 MS3512A GXN16 / GXE16 HTM309 PL25 MC35-3V ETF15
% SER JJ12$5HE GXE # 5 ; SEL JJ18#EL GXN # 5  SER right hand tools shim is GXE16 | SEL left hand tools shim is GXN16.
P> BB TIH Insert — Page : P.234~237 P> K13 Turning Condition Table — Page : P.241,242

,,,,,,,,,,,,,,,,,,,,,,,,,,, > (o)

L H

AEJIEER Right-Hand Shown

$+41R 5T B 4mE=E Order No. (Steel Shank) R~t Dimension (mm) BRI &

_ #4147k 7|, Non-coolant H7KkFL Coolant Insert Spare Parts
>
= SN?/,-0010K-11-S10 | SN?/,-A0010K-11-S10 | 6.5 22 125 10 13 1MIR.. ;
= SN®?/,-0012M-11-S12 | SN¥/,-A0012M-11-S12 | 8.0 26 150 12 16 MIL..
- SN¥/,-0016Q-16 SN%/,-A0016Q-16 10.0 36 180 16 19 2
§ SN/,-0020R-16 SN/,-A0020R-16 12.0 40 200 20 24 16IR..
g- SN?/,-0025R-16 SN?/,-A0025R-16 145 45 200 25 29 16IL.. 3
‘f' SN?/,-0032S-16 SN¥/,-A0032S-16 18.5 45 250 32 36
o
% B Wrench Screw Wrench
2 Spare Parts E':L F' | )
D
@ 1 MS2507G ETF08 - - -

2 MS3509A ETF15 - - -

3 MS3512A ETF15 GXN16 / GXE16 HTM309 PL25

3 SER JJ1248HEC GXE B ; SEL 7125 GXN 27 o SER right hand tools shim is GXE16 | SEL left hand tools shim is GXN16.
P> BEETIH Insert — Page : P.234~237 P> B H#SR Turning Condition Table — Page : P.241,242




LIRIR R [ 227X BB ]

RECOMMENDED THREADING CONDITION TABLE

$¥£{EHI THREADING

125E MR (1ISO #74% 60°) EXTERNAL (ISO METRIC 60°) i
Fr_:ﬂ; ETIE No. of Passes fbfzﬁt)
1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16
0.50 0.102|0.102 | 0.076 | 0.076 | — - - - - - - - - - - — | 0.356
0.75 0.178|0.152 | 0.102 | 0.076 | — - - - - - - - - - - — | 0.508
0.80 0.178|0.152 | 0.127 | 0.076 | — - - - - - - - - - - — 10.533
1.00 0.178|0.178 | 0.127 | 0.102 | 0.076 | — - - - - - - - - - — | 0.660
1.25 0.178|0.178 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - - - — |0.813
1.50 0.229 1 0.203 | 0.178 | 0.152 | 0.127 | 0.076 | — - - - - - - - - — | 0.965
1.75 0.229 | 0.203 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - = 11143
2.00 0.254 1 0.229 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - = [1.270
2.50 0.279 | 0.254 | 0.203 | 0.178 | 0.152 | 0.127 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - — |1.600
3.00 0.279 | 0.254 | 0.203 | 0.178 | 0.152 | 0.152 | 0.127 | 0.127 | 0.127 | 0.102 | 0.102 | 0.076 | — - - — 11.880
3.50 0.330 | 0.305 | 0.254 | 0.203 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - = 2210
4.00 0.330 | 0.330 | 0.254 | 0.229 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.127 | 0.102 | 0.076 | — — |2515
4.50 0.3810.330 | 0.279 | 0.229 | 0.229 | 0.203 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | — — 2819
5.00 0.406 | 0.381 | 0.330 | 0.279 | 0.229 | 0.229 | 0.203 | 0.178 | 0.178 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | — - [3124
5.50 0.432 | 0.406 | 0.330 | 0.279 | 0.229 | 0.229 | 0.203 | 0.178 | 0.178 | 0.178 | 0.152 | 0.152 | 0.127 | 0.127 | 0.127 | 0.102 | 3.429
6.00 0.457 | 0.432 | 0.356 | 0.305 | 0.279 | 0.229 | 0.229 | 0.203 | 0.203 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 3.734
125E ARIZEAL (1SO #31% 60°) INTERNAL (ISO METRIC 60°) @
:Dn']tﬁ:; FEJIE No. of Passes %%ﬁt)
1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16
0.50 0.102 | 0.102 | 0.076 | 0.076 | — - - - - - - - - - - — | 0.356
0.75 0.178 | 0.127 | 0.102 | 0.076 | — - - - - - - - - - - — 10483
0.80 - - - - - - - - - - - - - - - - -
1.00 0.178 1 0.152|0.102 | 0.102 | 0.076 | — - - - - - - - - - - | 0.610
1.25 0.203|0.178 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - - - | 0.787
1.50 0.254 | 0.203 | 0.152 | 0.102 | 0.102 | 0.076 | — - - - - - - - - — | 0.889
1.75 0.229 | 0.203 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - - - - —= | 1.092
2.00 0.254|0.229 | 0.178 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - [1.219
2.50 0.279|0.229 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - - — | 1.499
3.00 0.279 | 0.229 | 0.203 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - | 1.778
3.50 0.305 | 0.279 | 0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - — | 2.057
4.00 0.330 | 0.305 | 0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | 0.102 | 0.102 | 0.076 | — — 2337
4.50 0.356 | 0.330 | 0.279 | 0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | 0.102 | — — | 2.642
5.00 0.381 | 0.356 | 0.305 | 0.254 | 0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | — — | 2.896
5.50 0.381 | 0.356 | 0.305 | 0.254 | 0.229 | 0.203 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | 3.200
6.00 0.406 | 0.406 | 0.356 | 0.279 | 0.229 | 0.229 | 0.203 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 3.454
fixsR A SREH S i REE =SEE
FEFHE Carbon Alloy Hardened Stainless Cast Aluminum High Temp
Mvz:’tce):rrli(al Steels Steels Steels Steels Iron Alloys Alloys
HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30 - HRC<30
ORI | 60~140 | 60~120 | 40~100 | 20-60 - 40~120 | 60~120 - 20~60
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LIRIR R [ 227X BB ]

RECOMMENDED THREADING CONDITION TABLE

$¥£{EHI THREADING

y > .
1255 Y24 (UN ESBT4E 60°) EXTERNAL (UN METRIC 60°) T
Toi (E8)
(F /) FETIE No. of Passes All Cut
1 2 3 4 & 6 7 8 9 10 11 12 13 14 15 16
32 0.178 | 0.152 | 0.127 | 0.076 | — - - - - - - - - - - - 0.533
28 0.178 | 0.152|0.127 | 0.102 | 0.076 | — - - - - - - - - - - 0.635
24 0.178 |0.178 | 0.152 | 0.127 | 0.076 | — - - - - - - - - - - 0.711
20 0.203 | 0.178 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - - - - 0.838
18 0.229 | 0.203 | 0.152 | 0.152 | 0.127 | 0.076 | — - - - - - - - - - 0.940
16 0.229 | 0.203 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - - - 1.041
14 0.229 | 0.229 | 0.178 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - 1.194
13 0.254 | 0.229 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - - 1.270
12 0.279 | 0.229 | 0.203 | 0.152 | 0.152 | 0.152 | 0.127 | 0.076 | — - - - - - - - 1.372
1 0.279 | 0.254 | 0.203 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - 1.499
10 0.279|0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - 1.651
9 0.279 | 0.229 | 0.203 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | 0.076 | — - - - - 1.778
8 0.305|0.254 | 0.229 | 0.178 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.127 | 0.102 | 0.076 | — - - - 2.032
1] ® .
\ 1255 AIZEAYL (UN SE22#31% 60°) INTERNAL (UN METRIC 60°) B
Tpi (¥E&)
7] (F 1) E7JE No. of Passes All Cut
‘ﬁ'u 1 2 3 4 O 6 7 8 9 10 11 12 13 14 15 16
1|$z 32 0.178 | 0.152 | 0.102 | 0.076 | — - - - - - - - - - - - 0.508
1$ 28 0.178 | 0.152|0.102 | 0.102 | 0.076 | — - - - - - - - - - - 0.610
%E 24 0.178 | 0.152 | 0.152 | 0.102 | 0.076 | — - - - - - - - - - - 0.660
— 20 0.203 | 0.178 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - - - 0.787
@,?\ 18 0.229 |1 0.178 | 0.152 | 0.127 | 0.102 | 0.076 | — - - - - - - - - - 0.864
,@j[ 16 0.229 |1 0.178 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - - 0.940
% 14 0.229 |1 0.203 | 0.152 | 0.152 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - - - - - 1.118
%J 13 0.254 | 0.229 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - 1.194
12 0.279|0.229 | 0.178 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - - 1.245
1 0.279 | 0.229 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.076 | — - - - - - - 1.397
10 0.279 (0.229 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - - - 1.499
= 9 0.279|0.229 | 0.178 | 0.152 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - - 1.651
g 8 0.305|0.279 | 0.203 | 0.178 | 0.152 | 0.152 | 0.127 | 0.102 | 0.102 | 0.102 | 0.102 | 0.076 | — - - - 1.880
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FEFHE Carbon Alloy Hardened Stainless Cast Aluminum High Temp
Work Steels Steels Steels Steels Iron Alloys Alloys
Material
HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30 - HRC<30
T - . . . _ - - _ -
Ve (mimin) 60~140 60~120 40~100 20~60 40~120 60~120 20~60
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YR AEEH
EA
Infeed Methods

4% Features

B

Advantages

TR
Disadvantages

£

RmEzlET]
Radial Infeed

- REBEM (BEANRERR) -

Easiest to use.(Standard programme for
threading)

- FERERE (MBS ER)

Wide application.(Cutting conditions easy to
change.)

- BEVETIRREE - REFMIS -

Radial infeed is the simplest and quickest
method.

- EEIREERS 1.5mm(16Tpi) BN ©

For pitches of less than 1.5mm(16Tpi).

- BEYIBBRENME -

For material with short chips.

- BEEEMENNTI -

For work with hardened material.

- UEIDEEMAIEESS -

Uniform wear of the right and left sides of the
cutting edge.

- RERINTYIEIZEE T 4 EEAMELEE)

Subject to vibration in the later passes due to
long cutting edge in contact with workpiece.

- VB EHIRE -

Difficult chip control.

- FEREREAREERRSNT -

Ineffective for large pitch threading.

* REMISHEAK -

Heavy load on the nose radius.

o

RIEET]
Flank Infeed

- IFBSERA (BENEERERER)

Relatively easy to use.(Semi-standard
program for threading.)

- BEREEBENESMIMECER -

Suitable for large pitch threads or materials
that peel easily.

- FRELIEIFR S

Reduced cutting force.

- RYFHEE -

Good chip discharge.

- TR ARIEEERA

Large flank wear of the right side of a cutting
edge.

© MIREARSEN (EREMRE ) ©

Relatively difficult to change cutting depth.
(Re-programming necessary)

—
2
w

°

BUETNRIET]
Flank Infeed(Modified)

* BAESIRIZIARIES -

Preventing flank wear on the right side of the
cutting edge.

- BEANBIBENESMIMEZER -

Suitable for large pitch threads or materials
that peel easily.

- PRELIEIFR S -

Reduced cutting force.

- RIFHERE -

Good chip discharge.

- MITF#%ER-

Complex machining programming.

- MIREARBEN (FRENRE) ©

Difficult to change cutting depth.
(NC programming necessary)

>

RENET]

Incremental Infeed

- BEREBNSSMIMECER -

Good for large pitch or materials that peel
easily.

- IEIZEEmRAIERSS -

Uniform wear of the right and left

- FRELIHIFE S -

Reduced cutting force.

* MMIIF#E%-

Complex machining programming.

© MIREARSEN (REEMRE) ©

Difficult to change cutting depth.
(NC programming necessary)

© BEE IR -

Chips control is difficult.
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YRAL TIE LB
Thread Thread Methods
©
SMEA - BB P b—m%/
External- —
Right Hand Thread « F_L
HETIE AT
Right Hand Left Hand
e b i
HMRAL - IR
External- —
Left Hand Thread JFI =
AETIR HETIE
Left Hand Right Hand
= -
— \\m& :
PURAY - HIRAL 4
Internal- | | |/
Right Hand Thread L
HETIE AT
Right Hand Left Hand
PURAY - ZEIRAL
Internal-
Left Hand Thread
AETINR HETHE
Left Hand Right Hand




| CMTéc
&5 - k5l - His
2EOE | £5V)8 | BEA | EHNEA

Tﬁ
i

y

100% & & ®i&

MADE IN TAIWAN

i

PR



UCS

N’

ISO9001 smmm@mum DHEHR
SRPEREIRBRAS

CHIN MING PRECISION TOOLS CO., LTD.
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TEL/ 06-7940726 FAX/ 06-7941217

& 1t 2 8] : 2428 ItmAFEEDPIERRS 14833753258
TEL/ 02-29043033 FAX/ 02-29030963

HkE 2 4AT) ¢ TEL/ 03-3922559  FifTH /A4Sl : TEL/ 03-6576333

AmEDAT] : TEL/ 04-23551166 &9 /AE] : TEL/ 04-22138822

g{L9R8) : TEL/ 04-7515566 &A@ NE : TEL/ 06-2834860

BN RE - TEL/ 07-3758822

EPFSSAE] - TEL/ 002-86-5926-155335~7 FAX/ 002-86-5926-155338

&i&{5%8/ E-mail : business@cmtools.com.tw

&S558/ Overseas Sales : telesales@cmtools.com.tw

hR#EE2HH Copyright Announcement

RESFRHESIRESEEAZEEEEE -

Listed in the catalogue related trademarks belong to their respective rightful owners.
MERBREREEEEE - BALBTEM -

Specifications and design characteristics are subject to change without prior notice.
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