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B Features
@® Supports A Variety of Machining Operations
A lineup of cutter sizes from @14 to 2160mm that are capable
of large angle ramping. In addition to the shank and modular
types, 28 items of the repeater type are also available.
@ Excellent Machining Quality

With a combination of optimised cutting edge shape and
high-precision molding technology, superb wall accuracy
and surface finish quality are achieved.

@ Excellent Sharpness with Low Cutting Force

Reducing machining noise and suppressing burrs, the lineup
includes ground type inserts with a focus on sharpness.

@ Applicable to Various Work Materials
In addition to the general-purpose grade ACU2500,
the lineup includes a wide range of specialised grades

applicable to various work materials such as steel, cast
iron, stainless steel, exotic alloys, etc.

Product Range (Standard)

Type |

Gt Dia. (mm)
ak o 214 | 916 | 218 |@20|222| @25 |026(228| @30 232 |@35| @40 ZSOLGSZSO 2100| @125 2160

WEZ 11000RS 006 g g g g

WEZ 11000R % 8

WEZ 17000RS 00 g 8 g g 39 g®

WEZ 17000R (] g g 39 8@

WEZ 11000E O 006 g*e g*e O O gg (5) 00 g (s JX10)

WEZ 11000ES . .

00 | °©

WEZ11000EL. @ O O O 0 06 0O 06 06 g ® 6

WEZ 17000E (2) ® 6 6066 6 60 g g (7]

WEZ 17000ES

2 e

WEZ 17000EL (2] O 6 6066 6 89 g g

v | (0/0/8/0/8°/88/8° 8218 88

WEZ 17000M (2)3) (> IO X3) 39 g 39
Number in ®@@®® shows the number of teeth Inch Bore * mark: Different diameter shanks available Modular type 1€ P36
B Product Range (Repeater)

Dia. (mm)
Cat. No.
220 225 230 232 235 240 250 263 280

WEZR 11000RS (4] (4)

WEZR 17000RS 0600 666 6

WEZR 11000E 00 (2] (2] (2)3) (3) (3 X 4)

WEZR 17000E () 3] () 3]

WEZR 11000M (3)

WEZR 17000M (3)
Numbers in ®@® represent the effective number of teeth Modular type 1€ P36
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B Supports Ramping/Helical Milling/Plunge Milling
Applicable to various applications!

Face Milling Shoulder Milling Side Milling Groove Milling

Hole Expansion Milling

Ramping

Helical Milling* Plunge Milling

S

K

S

l

*Helical milling is not recommended for WEZR type products.

B Chipbreaker Selection

B Optimised Body Design with
Wide Guide Face
for Stable Insert Clamping

(WEZ1 type)

B nsert Size Comparison

MV;/toe":(ial [ Steel, (] Stainless Steel, [ Cast Iron, [E) Heat-resistant Alloy, Titanium Alloy, (£} Hardened Steel |[[Y) Non-Ferrous Metal
Applications| Light Cutting ?:{;?:i;f;;%f'“entgo Heavy Cutting | Light Cutting | Light Cutting | Non-Ferrous Metals
- Heavy Interrupted o High-precision
Low-rigidity ) Medium Finishing Machining .
featlires Machining Standard H Cutting Burr Prevention | High Wall Surface Low Cutting Force
ardened Steel Squareness
L type G type H type F type P type S type AOLITI7 type AOLTITI type
Cilgoreelr B Chipbreaker Selection Guide
HEE
= 1
2 0.05mm 0.15mm 3 F’P L
2 _ S
& |Tltype | Not Available J2g° 720° Wo 28 IS G
8 2 H
(e] By
[0 [N}
3 0.05mm 0.15mm 0.2mm 2
o |17 type . o 100 . . 3 :
£ e 28 20 s Q 28 28 © Cutting Edge Strength — Heavy
3
. Product Range (Insert) @: Standard stocked item
Lol 8 Corner Radius (mm)
ON| g Cat. No.
£V s R0O.2 | RO.4 | RO.5| R0.8 | R1.0 | R1.2 | R1.6 | R2.0 | R2.4 | R3.0 | R3.2 | R4.0 | R5.0 | R6.4
ﬁ AOMT11T30OOPEER-G o o o o o o o o o [ J o
)
s AOMT1IT3OOPEER-H o o o o
. AOET11T300OPEER-F o o o o [ ) o @ [ ) o [ J o
Qo
2 «» | AOETTIT3OOPEER-P16 o o o [ ) o [ J
— 0
T | C|AOETNT30CPEER-P20 | © | ©@ | © | ® | @ | @
u AOET11T30OOPEER-P25 [ ) [ ) o o [ ) [ J
AOET11IT300OPEFR-S o o o o o o [ ) o [ J o o
» | AOMT17050C0OPEER-L [ ) [ ) [ ] o @
"
8 AOMT17050C0OPEER-G ([} o o [ o o [ ) ([} o [ J o o [ J o
@ = AOMT170500OPEER-H [ ) [ ] @ [ ]
o
Z AOET170500OPEER-F ([} o o [ ) o o [ ([} o [ J o o [ J ([ J
~
T | % | AOETI70500PEER-P25 | @ | ®@ | ®@ | @ | @ | @
Y | ACETI7050CPEER-P32 | @ | @ | @ | © o | ®
AOET170500OPEFR-S o o o o o [ ] o o o o o o o o

P type chipbreaker Cat. No. is specific to a range of cutter diameters. For details, see the P type Chipbreaker Selection Guide on P5.

3
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B Cutting Performance

@® Good Wall Accuracy @ Lower Cutting Force Helps Reduce Machining Noise
Quiet
o 77
Z
25 ‘ F>)
| )
\VEZ series Competitor's . . ” 9 75
20 Product A o 3 \ 8
- Dot ot N 5
L RN P Z 73
% = o S E\\ WEZ series  Competitor's Product B
® \ 0 I g . Machine : Vertical Machining Centre BT40,
g SR Work Material: S50C
& e Depth of Cut NN AN Tool : WEZ 11020E0Q3 (220, 3 teeth)
5 . \\\ N Insert : AOMT 11T308PEER-G (ACU2500)
} tnShep ol S Cutting Conditions : vc=150m/min, fz= 0.15mm/t, ap=8mm,
b S~ ae= 5mm, Dry
56 00T 005 565 007 o.os_"m:m“\\\ 2P .
Deviation (mm [ @ Excellent Surface Quality

ae

WEZ series Competitor's Product C

Machine : Vertical Machining Centre BT40 Work Material: S50C
Tool : WEZ 11020E03 (220, 3 teeth)
Insert : AOMT T1IT308PEER-G (ACU2500)

Cutting Conditions : vc= 150m/min, fz= 0.15mm/t, ap=6mm x 4 Passes,
ae= 5mm, Dry

TR

Machine : Vertical Machining Centre BT50,
Work Material: SCM440

Tool : WEZ 17100RS08 (2100, 8 teeth)

Insert : AOMT 170508PEER-G (ACU2500)

Cutting Conditions : ve= 250m/min, fz = 0.15mm/t, ap=2mm,
ae= 85mm, Dry

@ Good Wall Accuracy (for Multi-tasking Machines)

0.01 ‘
] T T
= WEZ series
E -001 N —e
~ -0.02
c \
/ 8 -0.03 \ Competitor's Product D
N . g -0.04 AN (210 Solid Carbide Endmill)
AN © _0.05 —t— | T
L 82 A
S . -0.06
2nd St Tst St .
Degth ofegut Depsth o?%ut Shoulder Helght (mm)
o (6mm) (6mm)

, Y
WEZ series gt

l (0] 2 4 6 8 10 12
|

Restraining Face
I

I

I
I

I
Cuttmg W\dth !

Shoulder Height

High rigidity
via face

contact
I Guide Face Contact

Solid Carbide Endmill

Machine : Multi-tasking Machine  Work Material: SUS304 216 Round Bar i i i

Tool : WEZ 11020ES03-10 (220, 3 teeth)

Insert : AOET NMT308PEER-F (ACU2500)

Cutting Conditions : ve=100m/min, fz=0.08mm/t, ap=6mm x 2 Passes, ae=2mm, Cylinder Restraining Face L 3K
Wet

@ Excellent machined surface quality (for multi-tasking machines)

Larger tool diameter than solid carbide endmills enables reduced number of passes for high-efficiency machining!
Good wall accuracy and machined surface quality, eliminating the finishing process!
WEZ series Competitor's Product E (10 Solid Carbide Endmill)

Surface Roughness (um)
o

—
-5 0.05mm 0.05mm
Ra 0.18um Rz 1.3um Ra 2.94um Rz 13.8um
Machine : Multi-tasking Machine  Work Material: SUS304 @16 Round Bar Tool: WEZ 11020ES03-10 (220, 3 teeth)
Insert : AOET 11T308PEER-F (ACU2500)
Cutting Conditions : WEZ series ve=100m/min, fz=0.05mm/t, ap=2mm, ae=12mm, Wet
Competitor's Product E  vc=100m/min, fz=0.05mm/t, ap=2mm, ae=6mm x 2 Passes, Wet (Solid Carbide Endmill)
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B High-precision Ground type Insert with Excellent Sharpness

@® Ground finish on cutting edge and guide face

The cutting edge, as well as the guide faces are ground finish to
minimize corner variations when mounted on the body. Stable
edge run-out accuracy and machining quality can be realized!

Cutting Edge Flank

Guide Face

B Lineup of Chipbreakers for Ground type Inserts

@ F type Chipbreaker - Emphasises Edge Sharpness

- Sharpness from ground finish enables burr control
- Good wall accuracy with all cutter diameters

’ WEZ series Competitor's Product F
Machine : Vertical Machining Centre BT50 5
Work Material : SUS304
Tool : WEZ 11050RS07 (250, 7 teeth)
Insert : AOET NNT308PEER-F (ACU2500)

:&Approx. 2mm

Cutting Conditions : ve=120m/min, fz= 0.12mm/t, ap=1Tmm,
ae= 30mm, Dry

@ P type Chipbreaker - Achieves Wall Squareness Equivalent to Using Solid Endmills

- High-precision type with cutting edge shape optimised for each cutter diameter while
maintaining the F type chipbreaker's sharpness

- Enables shoulder squareness equal to using solid endmills, through cutting edge shape
optimisation for each cutter diameter

—_———— - ———— - = 24mm
N

[ st Step %
—WEZ series é T De;z;h of)Cut N
20 |- —Solid mm! \
~ Endmills 2 .
E -——— - ———--—f16mm| &,
£ U g
‘cEn t ? t 2nd Step SN L
? Depth of Cut N
3 q (8mm) T
g 3
s [ Q | ——— - —— - -—8mm &
% Sy
)’ ) 3rd Step -
Depth of Cut
ol v /< | (8mm)
006 004 002 O 002 ... __ | omm Y-
Deviation (mm) - 5

Cutting Width Imm

Machine : Vertical Machining Centre BT50 P type Chlpbreaker Selection Guide

Work Material : S50C o N Dia. (mm)

Tool : WEZ 11020E03 (220, 3 teeth) o 014 | 016 | 018 | 220 | 022 | 025 [ 028 [ 630 [ 232 [ 035 [st0ardaoe

Insert : AOET NT308PEER-P20 (ACU2500) Not )

Cutting Conditions : vc= 150m/min, fz= 0.I1mm/t, AOETTIT3OOPEER-POO |  -P16 -P20 || -P25 Mot applicable
ap=8mm x 3 Passes, ae= Imm, Dry AOET170500PEER -POO Not applicable -P25 -P32 Not applicable

@ S type Chipbreaker - Sharp-Edged Breaker for Non-Ferrous Metals with Excellent Adhesion Resistance ————

- Suppresses adhesion with rake face lapping
- DLC Coat inserts available for further improved adhesion resistance

WEZ series Competitor's Product G~ Competitor's Product H
Machine : Vertical Machining Centre BT30
Work Material : ADCI12
Tool : WEZ 11020E03 (220, 3 teeth)
Insert : AOET NT308PEFR-S (H20)

Cutting Conditions : ve= 350m/min, fz= 0.Imm/t,
ap=3mm, ae= 10mm, Dry

No Adhesion Adhesion Adhesion
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B Grade Application Range B Grade Features
The addition of ACS1000/ACS2500/ACS3000 New coating technology that realises absolute stability
grades for exotic alloys has expanded our lineup of ABSOTECH" (Absolute Technology)
grades to cover a wider variety of work materials.  [xpSoi{Zin cVvD

Work Material Finishing to Light Cutting‘ Medium Cutting ‘Rough to Heavy Cutting

ACU2500 Al20s
ACP2000 )4

,—Special Surface Treatment
Suppresses thermal cracking by introducing high compressive stress, resulting
in chipping resistance more than twice that of conventional types

Crystal Orientation Control Al20s3
By controlling the growth direction, Al20s is reinforced for crater

ACP3000 TiCN
._\_wear resistance more than twice that of conventional types
High Hardness TiCN

T2500A Carbis : N
arbide Increased TiCN hardness by using a C-rich composition for flank

substrate wear resistance more than twice that of conventional types
Applicable Grades: ACP2000, ACK2000

ABSOLI K PVD

._,—New Super Multi-Layered Structure
Higher hardness and twice the
fine crystal structure AITICrBN-based

—Je———>e!

Cermet | Coated Carbide
P~

Coated Carbide

Exotic Alloy|

conventional wear resistance due to a
nano-layered coating

High Adhesion Strength
Significantly improved coating adhesion

Snm
—

Cross Section of
Cutting Edge Coating

has more than twice the chipping

b
g .......... TEM Image ist £ ti | ti
O : resistance of conventional coatings
KIE ACK2000 Y Carbide -~~~ . ' ' ?
Cast Iron 2 T Substrate Applicable Grades: ACU2500, ACP3000, ACK3000
o
S A A(FK3000 = . ) N
B ‘ o+— Ultra-fine Grained B Additive
8 A DL2000 * New AIT\BN cqatmg, with an
% ultra-fine coating structure, achieves
N < high strength and toughness
NonFerus et % ) 2000m| . Outstanding balance of chipping
B H20 Coating Cross Section of resistance and wear resistance
z Layer Cutting Edge Coating
S TEM Image X X
The letters "C" and "P" at the end of each grade indicate the coating type. \&: CVD AA: PVD High Adhesion Strength

Significantly improved coating
adhesion has more than twice
the chipping resistance of

B Grade Characteristic Values Ccorbid & o conventional coatings
arobide

Applicable Grades: ACSI000, ACS2500, ACS3000
Substrate
Work Material Grade Hardness (HRA)| TRS (GPa) Coating type | Coating Thickness (um) Features Old Grade
For high-speed machining of steel
ACP2000 89.5 32 ABSOTECH 10 - Stable long tool life in high-speed machining is realised by adopting a tough | ACP100
carbide substrate and a new coating with excellent thermal crack resistance

- For machining high-hardness stainless steel

ACM200 89.8 3.4 F?:ug ar ¢ 6 - Adopts a high-strength carbide substrate with excellent wear resistance and thermal AC230
©E] resistance, realizing outstanding stability when machining hardened stainless steel
K - For high-speed cast iron milling ACK100
ACK2000 91.7 31 ABSOTECH 10 - Stable long tool life in high-speed machining is realised by adopting a tough ACK200
Cast Iron carbide substrate and a new coating with excellent thermal resistance
S
£0% PVD
@
Work Material Grade Hardness (HRA)| TRS (GPa) Coating type | Coating Thickness (um) Features Old Grade

- General-purpose grade supporting steel, stainless steel, and cast iron machining
ACU2500 91.6 3.8 ABSOTECH 3 - Adopts a carbide substrate with excellent fracture resistance and wear resistance, plus a new coating with —
excellent wear resistance and chipping resistance, realising stable long tool lfe with various work material grades
- Our 1st recommended grade for milling steel ACP200
ACP3000 89.5 3.2 ABSOTECH 3 - Carbide substrate with excellent thermal crack resistance, plus a new coating with excellent wear
resistance and chipping resistance, realises stable long tool life over a wide range of cutting conditions

ACP300

(New) - Our 1st recommended grade for milling stainless steel
ACM300 89.8 3.4 Super 3 - Adopts a high-strength carbide substrate and super multi-layered =
Stainless Steel ZX Coat coating for next-level wear resistance and fracture resistance

- Our 1st recommended grade for milling cast iron
ACK3000 91.7 31 ABSOTECH 3 -+ Adopts a high thermal conductivity carbide substrate and a new coating with excellent wear resistanceand | ACK300
chipping resistance, realizing stable long tool life over a wide range of cast iron machining operations

AURORA - For milling non-ferrous metal, utilising DLC coat with a low
DL2000 916 38 Coat (DLC) 05 coefficient of friction and excellent adhesion resistance —
@ - For high-efficiency milling of exotic alloys
ACS1000 91.6 3.8 ABSOTECH 3 - High-hardness carbide substrate coupled with a chipping-resistant coating —
provides long, stable tool life in high-speed, high-¢fficiency machining applications
- First recommendation for titanium alloy applications
ACS2500 90.8 4.2 ABSOTECH 3 - Carbide substrate with excellent wear and adhesion resistance, coupled with | ACM200
Exotic Alloy a chipping-resistant coating, balances excellent wear and fracture resistance
- Suitable for a wide range of exotic alloy machining applications
ACS3000 89.8 3.4 ABSOTECH 3 - Realises superb stability due to a high-toughness carbide ACM300
substrate with a highly chipping-resistant coating
¢ Cermet
Work Material Grade Hardness (HRA)| TRS (GPa) | Coating tyoe | Coating Thickness (ym) Features Old Grade

- For finishing of steel and stainless steel
T2500A 91.8 2.4 — — - Fine, uniform grain structure greatly improves toughness, T250A
realising long tool life and excellent surface finishes

Stainless Steel
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B Recommended Cutting Conditions

WEZ11 type Cutting Width ae = 10mm

Tool: WEZHOZOEOS, Insert: AOOITNT3 type Depth of Cut ap = 3mm¢
Cutting Conditions: Depth of Cut ap = 3mm, Cutting Width ae = 10mm, Dry T

@ The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping system).
@ For groove milling, adjust the feed rate to around 70% of the above values.

IPY™N - The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, depth of cut and other factors.
- The above are the recommended conditions for WEZ11 type overall. Use within the maximum allowable spindle speed.

Cutting Width ae =16mm
Tool: WEZ17032E03, Insert: AOOIT1705 type S —-i

= Grade
:E % g §| acuzs00 ‘ ACP2000 ‘ ACP3000 ‘ T2500A ‘ ACK2000 ‘ ACK3000 ‘ ACS1000 ‘ YT ‘ T ‘ DL2000
'g Work Material s § % Feed Rate per Tooth fz (mm/t) Min. - Optimum - Max.
g ;5 E 5 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.08-0.12-0.18 ‘ 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.08-0.15-0.20 ‘ 0.05-0.10-0.15
z Cutting Speed vc (m/min) Min. - Optimum - Max.
Steel, Carbon Steel S15C 125| G {270 - 320 - 370|300 - 350 - 400|250 - 300 - 350|230 - 280 - 330
S45C 190 | G {170 - 220 - 270|200 - 250 - 300|150 - 200 - 250|130 - 180 - 230
S45C Hardened 250 | G {140 - 180 - 220|160 - 200 - 245|120 - 160 - 200|105 - 145 - 185
S75C 270| G |110- 145 - 175|130 - 165 - 195|100 - 130 - 165| 85 -115 - 150
S75C Hardened 300| G| 70- 90-110| 80-100-120| 60- 80-100| 50- 70- 90
Low-alloy Steel SCM. SNCM 180 | G |160 - 205 - 255|190 - 235 - 280|140 - 190 - 235|120 - 170 - 215
SCM. SNCM Hardened| 275 | G| 95-120-150|110-135-165| 80 -110-140| 70-100 - 125
SCM. SNCM Hardened| 300 | G | 85-110-130|100 - 125 - 150 75-100-125| 65- 90-115
SCM. SNCM Hardened| 350 | G| 60 - 80-100, 70- 90-110/ 50- 70- 90| 45- 65- 85
High-alloy Steel SKD. SKT. SKH 200 | G {140 - 180 - 220|160 - 200 - 245|120 - 160 - 205
SKD, SKT. SKH Hardened| 325 | G| 55- 70- 85| 60- 80-100f 50- 65- 80
Stainless SUS430, Others
Steel (Martensitic/ 200 | G |110 - 140 - 170 160 - 190 - 210|140 - 170 - 190| 90 -110 - 140
Ferritic)
(S::rfi:g’(”:azz::; 240| G [100 - 125 - 150 145-170 - 190|125 - 150 - 170| 80 - 100 - 125
(S:j;(::tsigssm 180 | G {120 - 150 - 180 170 - 200 - 220|150 - 180 - 200|100 - 120 - 150
Cast Iron G {150 - 200 - 250 250 - 300 - 350|170 - 220 - 270
Ductile Cast Iron G| 90-120 - 150 150 - 180 - 210 (100 - 130 - 160
Exotic Alloy Heat-Resistant Alloy G| 30- 40- 55 45- 55- 70 | 35- 45- 60| 25- 35- 50
Ti Alloy G| 60- 80 -100| 80-100-120 | 70- 90-110/ 50- 70- 90
Aluminum Alloy Si content of 12.6% or less S 500 - 750 - 1000
Si content of over 12.6% S 170-200 - 250
Copper Alloy S 300-330- 350 I

Cutting Conditions: Depth of Cut ap = 5mm, Cutting Width ae = 16mm, Dry J A
= Grade
2 22 5| acuzsoo | AcPa000 | ACPS000 | T2500A | ACK2000 | ACK3000 | Acstooo | ACSZE00ACSI000 T piag00
% Work Material § g g_ Feed Rate per Tooth fz (mm/t) Min. - Optimum - Max.
8 § E 5| 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 010-0.15-0.22 ‘ 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 010-0.20-0.28 ‘ 0.05-0.10-0.15
Z Cutting Speed vc (m/min) Min. - Optimum - Max.
Steel, Carbon Steel S15C 125 | G |285 - 335 - 390|315 - 360 - 420|265 - 315 - 370|240 - 295 - 345
S45C 190 | G |180 - 230 - 285|210 - 265 - 315/160 - 210 - 265|135 - 190 - 240
S45C Hardened | 250 | G |145 - 190 - 230|170 - 210 - 255|130 - 170 - 215[110 - 155 - 195
S75C 270 | G |115 - 150 - 185|135 - 170 - 205100 - 135 - 170| 90 - 125 - 155
S75C Hardened | 300 |G| 70- 90-115| 85-105-125 65- 85-105 55- 75- 95
Low-alloy Steel SCM. SNCM 180 | G |170 - 220 - 265|200 - 245 - 295/150 - 200 - 250|130 - 180 - 225
SCM, SNCM Hardened | 275 | G |100 - 130 - 155|115 - 145 - 175| 85 - 115 - 145| 75 - 105 - 135
SCM, SNCM Hardened| 300 | G | 90 - 115 - 140|105 - 130 - 155| 75 - 105 - 130 65- 90 - 120
SCM, SNCM Hardened| 350 | G | 65- 85-100 75- 95-115| 55- 75- 95 50- 70- 85
High-alloy Steel SKD. SKT. SKH | 200 | G |145 - 185 - 230[170 - 215 - 255(130 - 170 - 215
SKD, SKT, SKHHardened| 325 | G | 55- 75- 90| 65- 85-100| 50- 65- 85
Stainless SUS430, Others
o] (Martensitic/ 200 | G 115 - 145 -175 165 - 195 - 215|145 - 175 - 195|100 - 115 - 145
Ferritic)
f;;gz;:gaaz:;f 240 | G [105 - 130 - 155 150 - 175 - 195/130 - 155 - 175| 85 - 105 - 130
(s:“ssztzﬁ;tsig)sswe 180 | G [125 - 155 - 190 180 - 210 - 230|160 - 190 - 210|105 - 125 - 160
Cast Iron G |160 - 210 - 265 265 - 315 - 370|180 - 230 - 285
Ductle Cast Iron G| 95-125-160 160 - 190 - 220|105 - 140 - 170
Exotic Alloy Heat-Resistant Alloy G| 30- 40- 60 45- 55- 70| 35- 45- 60| 25- 35- 50
Ti Alloy G| 60- 85-105 85-105-125 75- 95-115 50- 75- 95
Aluminum Alloy Si content of 12.6% or less S 500 - 750 - 1000
Si content of over 12.6% S 170 - 200 - 250
Copper Alloy S 300 -330- 350

@ The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping system).
@ For groove milling, adjust the feed rate to around 70% of the above values.

NI The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, depth of cut and other factors.
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B Maximum Allowable Spindle Speed

WEZ11 type WEZ17 type
DC?Ir?w.m) n max(min™) DCI?r?\.m) n max(min™) DCI?r?\.m) n max(min™) DCEgIr?\.m) n max(min™)
14 12,000(7,500) 32 17,200 25 15,700 80 7,250
16 29,000 35 16,250 28 14,350 100 6,400
18 26,150 40 14,950 30 13,650 125 5,650
20 24,000 50 13,00 32 13,000 160 4,950
22 22,300 63 1,500 35 12,200
25 20,300 80 10,050 40 11,100
28 18,800 100 8,900 50 9,600
30 17,950 63 8,350
*The parentheses above refer to the use of WEZ11014ELO1.
*The maximum allowable spindle speeds are set to prevent the inserts from dislodging by centrifugal force.
B Ramping/Helical Milling Upper Limit
I Ramping Helical Milling
I Machining diameter
WEZ11 type
Dia. Max. Ramping Helical Milling
DC Angle Max. Machining Dia.; Maximum Pitch |Standard Diameter; Maximum Pitch |Min. Machining Dia.: Maximum Pitch
(mm) RMPX (°) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev)
14 8.0 25.3 5.0 231 3.4 19.0 1.5
16 10.5 29.3 7.6 27.0 5.6 217 1.5
18 81 33.3 6.7 30.9 5.0 25.2 1.4
20 6.5 37.3 6.0 34.9 4.6 291 1.3
22 53 41.3 5.4 38.8 4.3 32.9 1.3
25 4.1 47.3 4.8 44.8 3.9 38.9 1.3
28 3.4 53.3 4.4 50.7 3.6 44.9 1.3
30 3.0 57.3 4.2 54.7 3.5 48.8 1.3
32 2.7 61.3 4.0 58.7 3.3 52.8 1.2
35 2.3 67.3 3.8 64.6 31 58.8 1.2
40 1.8 77.3 3.4 74.6 2.9 68.8 1.2
50 1.2 97.3 3.0 94.6 2.6 88.8 11
63 0.8 123.3 2.8 120.5 2.5 n4.7 11
80 Not recommended
100 Not recommended
*The table above shows values with corner radius 0.8mm. Helical milling is not recommended for WEZR type products.
WEZ17 type
Dia. Max. Ramping Helical Milling
DC Angle Max. Machining Dia.: Maximum Pitch |Standard Diameter: Maximum Pitch |Min. Machining Dia.: Maximum Pitch
(mm) RMPX (°) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev)
25 10.8 47.3 13.0 41.0 8.3 331 1.8
28 81 53.3 11 46.9 7.5 39.0 1.8
30 7.0 57.3 10.2 50.9 7.0 43.0 1.8
32 6.1 61.3 9.5 54.9 6.7 47.0 1.7
35 51 67.3 8.7 60.8 6.2 53.0 1.7
40 4.0 77.3 7.7 70.8 5.7 63.0 1.7
50 2.5 97.3 6.5 90.7 5.0 83.0 1.6
63 1.8 123.3 5.6 16.7 4.5 109.0 1.6
80 1.2 156.0 5.0 149.4 4. 141.8 1.5
100 0.9 197.3 4.7 190.7 4.0 1831 1.5
125 Not recommended
160 Not recommended

*The table above shows values with corner radius 0.8mm. Helical milling is not recommended for WEZR type products.

B Plunge Cutting Upper Limit B Precautions for Helical Milling

- For helical milling, if the work diameter is
smaller than the standard diameter, there
will be a centre uncut portion.

- A prepared centre hole should be made.

Max. ae - Above the standard diameter, this portion
(G can be removed by traverse cutting with
WEZ1 type 3 the same cutter.
WEZ17 type 5




SEC-WaveMill

WEZ series

B Shoulder Milling Selection Guide

Double-Sided, 4 Corners Single-Sided, 2 Corners

Wall Accuracy

Cutting

Surface
Force

Roughness

Cutting Edge Strength Chip Control

No. of Cutting Edges

Double-Sided, 6 Corners Single-Sided, 4 Corners

* % % Ist Recommendation

Surface WallA Cutina Chin Control No. of Cutting Edge
Roughness all Accuracy | Lutting Force b Lontro Cutting Edges Strength

*okk hkkk  kkk  kkk * e
TSX series I & & dMED & & SIS & ¢ * ¢ * ok hokok
DFC series [ & ¢ * * L A & & G & & ¢
WFX series [IS &S * % L. 0. G & & G & ¢ * %

* For the details of each product, see the TSX series (Tooling News No. 523), DFC series (Tooling News No. 513), and WFX series (Tooling News No. 491).



SEC-WaveMill

WEZ 1T1000R(S) type

Face Milling ~ Shoulder Milling  Groove Milling

14° to 15°

Profiling

=3

Steel

JEIEE S Cast Iron | Nor-Ferous Metal 5 Exotic Alloy

$e <

Ramping

Side Milling  Plunge Milling  Helical Milling

Fig1
DCSFMS

=~
EIE

a
a
~

CBDP

L

F

ig 2 Fig 3
DCSFMS DCSFMS
N DCB o DCB
S KWW 2 Kww
g
a
[a)
o
|9 w
]

™

D1

DC
Body (Shell type) Dimensions (mm)
f_‘, Diameter Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Bolt We| h‘t .
Cat. No. S| DC |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 D3 (!\:‘U'EZ% (kS) Fig
WEZ 11040RS04 © 40 33 |40(39.7)| 16 8.4 5.6 18 14 9 — 4 0.21 |1
11040RS06 | @ 40 33 |40(39.7)| 16 8.4 5.6 18 14 9 — 6 0.20 |1
11050RS05 (@ 50 41 40(39.7)| 22 10.4 6.3 20 18 1M1 — 5 0.32 |1
L 11050RS07 (@ 50 41 40(39.7)| 22 10.4 6.3 20 18 1M1 — 7 0.31 |1
4;3, 11063RS06 | @ 63 50 |40(39.7)| 22 10.4 6.3 20 18 1M — 6 0.58 |1
= 11063RS08 (@ 63 50 |40(39.7)| 22 10.4 6.3 20 18 11 — 8 0.57 |1
11080RS07 @ 80 55 50(49.7)| 27 12.4 7 22 20 14 — 7 1.08 |1
11080RS10 |®| 80 55 50(49.7)| 27 12.4 7 22 20 14 — 10 1.07 |1
11100RS09 (@ 100 70 50(49.7)| 32 14.4 8 32 46 — — 9 157 |3
11100RS12 (@ 100 70 50(49.7)| 32 14.4 8 32 46 — — 12 1.56 |3
WEZ 11080R07 |@®@| ‘80 55 50(49.7)| 25.4 9.5 6 25 20 14 — 7 1.09 |1
S 11080R10 |® 80 55 50(49.7)| 25.4 9,5 6 25 20 14 — 10 1.08 |1
= 11100R09 (@ 100 70 |63(62.7)| 31.75 | 12.7 8 32 46 27 18 9 212 |2
11100R12 | @ | 100 70  |63(62.7)| 31.75 | 12.7 8 32 46 27 18 12 210 |2

The LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts.

When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.

Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, @100: M16 x 40 to 45mm).

Parts
Flat Insert Screw

S e

BFTX0306IP| 1.5

Wrench

/Q

TRDRO8IP

Anti-seizure Cream

4

SUMI-P

Identification Code

WEZ 11 050 R S

Series Code Dia. Feed  Metric
Direction Bore

S 07

Number
of Teeth

Insert
Size

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ11 type

Reworking guidelines

Corner radius = 2.4: Cl
(AOMT1IT324PEER)

Corner radius = 3.0: C2.5
(AOMTNT330PEER)

Corner radius = 3.2: C2.5
(AOMTIIT332PEER)

Standard: R1.

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item

10




SEC-WaveMill

WEZ 11000R(S) type P K INLS,

Insert Dimensions (mm)

Grade Classification _ Coated Carbide (nerted(atite | DLC | Cermet
High-speed/Light Cutting | @] [B4ite M4 [N] [P]
Process| Medium Cutting |&&| [[@] |3 [N] [N]
Roughing & B @ - Ve
8888888888 o 8 <OE Corner
Cat. No. ZR88 828R e & B8 2 ™=l
S|6|6(s|8|B|g|8g)e] T |d] & | R
|| <|<|<| < | << || <
AOMT 11T302PEER-G [ [ ® O 0 0 A A — [ 02 |1
11T304PEER-G o000 e o o o AA = [ ) 04 |1
11T305PEER-G [ J ® AA 05 |1
11T308PEER-G o000 o o o o AA [ ) 0.8 |1
11T310PEER-G [ ® AA — — 1.0 |1 )
11T312PEER-G (@ (@ @|®|(®|® Ala — | - 12 |1| Fiof RE
11T316PEER-G [ J [ ® O 0 0 A A — — 1.6 |1 e —
11T320PEER-G o (0 o000 A A — — 20 |1 . & =
11T324PEER-G* | @ ®AA — |- 24 |1 ™ . RS
11T330PEER-G* [ J [ o0 0 0 A A — = 3.0 |2 h § =
11T332PEER-G* | @ ® AA — — 32 |2 12.8 3.6 2
AOMT 11T304PEER-H o0o0000 00 A A — | — — 04 |1 ‘ T
11T308PEER-H o000 o o o o AA — — — 0.8 |1
11T312PEER-H ([ ® AA — = = 1.2 |1 Eﬁ
11T316PEER-H [ ® AA — — — 1.6 |1 Fig 2
AOET 11T302PEER-F o — — o — = = = 02 |1 RE
11T304PEER-F o — — o — — — — 04 |1 ~
11T305PEER-F o — — — — — = 05 |1 ) 7 o
11T308PEER-F e —| |- o — i — 08 (1| ™ )(2
11T310PEER-F o — — = = = = 1.0 |1 f
11T312PEER-F o — — o — — — — 1.2 |1 12.2 3.4
11T316PEER-F o — — — — — — 1.6 |1
11T320PEER-F o — — o — — — — 2.0 |1
11T324PEER-F* o — — — — = = 24 |1 Eﬁ
11T330PEER-F* o — — o — — — — 30 |2
11T332PEER-F* o — — — — — — 32 |2
AOET 11T302PEFR-S — == === === ([ J o — 0.2 |1
11T304PEFR-S — === === ([ J o — 04 |1
11T305PEFR-S — === === @ [ J — 05 |1
11T308PEFR-S === === === @ (] — 0.8 |1
11T310PEFR-S — == === === o o — 1.0 |1
11T312PEFR-S === === === @ (] = 1.2 |1
11T316PEFR-S === @ ([ ] — 1.6 |1
11T320PEFR-S === === === @ ( J = 2.0 |1
11T324PEFR-S* — === === @ o — 24 |1
11T330PEFR-S* === === === @ ( J — 3.0 |2
11T332PEFR-S* il el e el el el el il el [ J (] — 32 |2
-G: General-purpose, -H: Strong Edge, -F: Medium Finishing,
-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals. Precautions for Mounting Inserts 1€~ P49

* marked inserts require modification of the cutter body.

@ mark Standard stocked item @ mark; Standard stocked item (new product/expanded item) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availabilty) Blank: Made-to-order item — mark: Not avallable

1



SEC-WaveMill

WEZ 17000R(S) type
15 ley | €2

Rake

=3

Steel

NELEEME|S Cast Iron [ Non-Ferous Metal I Exotic Alloy

<

Angle 10° to 15°
Fig 1 Fig 2 Fig 3 Fig 4 Fig5 Dggg*;S
DESFMS o DCDSggI : o DCDSCFE:/I : o DCDSCFgI ° N DCB a-ots
3 5] Kww S Kww 2 Kww S Kww
S R == == g g
a =} a % %
] oI g oL 8y J Ay .
N € C C
D2 D1
~“p1" D1 D1 oC
DC DC bC -
BOdy (Shell type) Dimensions (mm)
ﬁ Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Bolt Number We|ght .
Cat. No. S| DC |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 D3 |¢eth| (kg) |9
WEZ 17040RS03 (@ 40 33 140(39.3)| 16 8.4 5.6 18 14 9 — 3|1 019 |1
17040RS04 (@ 40 33 140(39.3)| 16 8.4 5.6 18 14 9 — 4| 016 |1
17050RS03 |@ 50 41 |40(39.3)| 22 10.4 6.3 20 18 11 — 3|1 030 |1
17050RS05 (@ 50 41  |40(39.3)| 22 10.4 6.3 20 18 11 - 5| 026 |1
17063RS04 (@ 63 50 ]40(39.3)| 22 10.4 6.3 20 18 11 — 4| 054 |1
17063RS06 |@ 63 50 ]40(39.3)| 22 10.4 6.3 20 18 11 — 6| 051 |1
o 17080RS04 (@ 80 55 |50(49.3)| 27 12.4 7 22 20 14 — 41 110 |1
5 17080RS07 (@ 80 55 |50(49.3)| 27 124 7 22 20 14 — 7| 105 (|1
§ 17100RS05 (@ 100 70 |50(49.3)| 32 14.4 8 32 46 — — 5 1.58 |3
17100RS08 (@ 100 70 |50(49.3)| 32 14.4 8 32 46 - — 8| 157 |3
17125RS06 @®| 125 80 |63(62.3)| 40 16.4 9 29 52 29 — 6| 3.04 |1
17125RS09 (@ 125 80 |63(62.3)| 40 16.4 9 29 52 29 — 9| 3.07 |1
17125RS11 |@| 125 80 [63(62.3)| 40 16.4 9 29 52 29 — 11 3.02 |1
17160RS08 (@ 160 100 |63(62.3)| 40 16.4 9 29 90 — — 8| 524 |5
17160RS10 (@ 160 100 |63(62.3)| 40 16.4 9 29 90 — — 10 | 531 |5
17160RS12 (@ 160 100 |63(62.3)| 40 16.4 9 29 90 — — 12 526 |5
WEZ 17080R04 (@ 80 55 150(49.3)| 25.4 9.5 6 25 20 14 — 41 110 |1
17080R07 |® 80 55 |50(49.3)| 25.4 9.5 6 25 20 14 — 7| 1.06 |1
17100R05 |@® 100 70 |63(62.3)| 31.75 | 12.7 8 32 46 27 18 5 2.08 |2
17100R08 |® | 100 70 |63(62.3)| 31.75 | 12.7 8 32 46 27 18 8| 207 |2
5 17125R06 (@ 125 80 |63(62.3)| 38.1 15.9 10 35.5 55 30 — 6| 3.09 |1
= 17125R09 |@®| 125 80 |63(62.3)| 38.1 159 10 35.5 55 30 — 9| 311 |1
17125R11 ® 125 80 |63(62.3)| 38.1 15.9 10 35.5 55 30 — 1M1 3.06 |1
17160R08 |@®| 160 100 |63(62.3)| 50.8 191 11 38 72 — — 8| 504 |4
17160R10 |® 160 100 |63(62.3)| 50.8 19.1 11 38 72 — — 10 | 5.09 |4
17160R12 |®| 160 100 [63(62.3)| 50.8 191 11 38 72 — — 12 504 |4

The LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts.

Parts

When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.
Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 100: M16 x 40 to 45mm).

Detachable Wrench

Integrated
Handle Grip| Bit

Wrench

Flat Insert Screw

Anti-seizure
Cream

Applicable
Cutter

S e/Z2/

4

WEZ17040RS03
WEZ17040RS04
WEZ17050RS03
WEZ17050RS05
WEZ17063RS04
WEZ17063RS06
WEZ17080R(S)04
WEZ17080R(S
WEZ17100R(
WEZ17100R(
WEZ17125R(
WEZ17125R(
(
(
(
(

HPS1015|TRB15IP

BFTX0409IP| 3.0

WEZ17125R
WEZ17160R
WEZ17160R
WEZ17160R

TRDR15IP

)07
5)05
5)08
5)06
5)09
S
5)08
S)10
)12

SUMI-P

Identification Code

WEZ 17 100 R S 05

Series Code Insert Dia. Feed Metric ~ Number
Size Direction Bore of Teeth

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

’

Modify the C chamfering portion.

WEZ17 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMT170524PEER)
Corner radius = 3.0: C1.5
(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

Nm Recommended Tightening Torque (N'm) @ mark: Standard stocked item

12




SEC-WaveMill

W E Z 1 70 0 0 R (S) type o PhdKINIS

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting [K] M B4 [N] [P]
Process| Medium Cutting |&&| |[@] |3 MMM © [N]
Roughing & O @ V5]
@
g81818/1818(8/818/818| o |8 S Corner
Cat. No. RIRIRIRBISICRIIR &« | & = Radius |jq
o(ol0a(e|8l8|8|8] T |8 & | R
<< << < |<C|<|<C | <
AOMT 170502PEER-L o —| [— O AA| — 02 |1
170504PEER-L o0 - 0000 AA — | — ° 04 |1
170508PEER-L o0 0000 AA — | — ° 08 |1
170512PEER-L ° @ AA| — |- 12 |1
170516PEER-L o | |— @ AA — | — 16 |1
AOMT 170502PEER-G o (o e0/0/@AlA| — 02 |1
170504PEER-G 00000000 AA — | — ° 04 |1
170505PEER-G ° @ AA — | — 05 |1
170508PEER-G 00000000 AA — | ° 0.8 |1
170510PEER-G ° O AA — | — 1.0 |1
170512PEER-G o o o000 AA — |- 12 |1 _ =
170516PEER-G o o o000 A A — |- 16 |1| Fig1 &
170520PEER-G ® O 0000 A A — — 2.0 |1 RE
170524PEER-G* | @ @ AA — | — 24 |1 - =
170530PEER-G* (@ @ @@ ®|® A A — | — 30 |1 o g
170532PEER-G* (@ @ @@/ ®|® A A — | — 32 |1 i~
170540PEER-G* (@ @ @/ ® ®|® A A — | — 4.0 |1
170550PEER-G* |@| |@| @@/ @ @ AlA| — | — 50 |2 19.5 5.5
170564PEER-G* [ @ A A — 64 |2
AOMT 170504PEER-H o000 0 0 A A — | — = 04 |1 Eﬁ
170508PEER-H 00000000 AA — | — 08 |1
170512PEER-H ° @ AlA| — |- - 12 [1] Fig2 I
170516PEER-H ® ® AA| — - 16 |1 RE
AOET 170502PEER-F eo—| [— - - | = - 02 |1
170504PEER-F | @|— |— o - — | =] = Joa 1] = ) W
170505PEER-F o —| |- - - =] = 05 |1 < iﬁ}g
170508PEER-F o —| |— o — - | - — 08 |1 i
170510PEER-F e —| |— - - | = - 1.0 |1 18.0 5.2
170512PEER-F o | |— o — — — 12 |1
170516PEER-F o | |— o — - - 16 |1
170520PEER-F o | |— o — — — 20 |1 Eﬁ
170524PEER-F* o | |— - - 24 |1
170530PEER-F* @ — — o — — 3.0 |1
170532PEER-F* o | |— o — - 32 |1
170540PEER-F* o | |— o — - 4.0 |1
170550PEER-F* @ — = = = = 50 |2
170564PEER-F* o | |— — - | = - 64 |2
AOET 170502PEFR-S =1=1=1=T=1=1=1=1-1-1 ® | ® - 02 |1
170504PEFR-S —|—==|=l—]——|—|—-1 ® | ® — 04 |1
170505PEFR-S ——=l=l=l=1=—l=|—-1 ® | ® - 05 |1
170508PEFR-S —|—==|=l=]=—|=]—-] ® | e — 08 |1
170510PEFR-S ——=l=l=l=1=—l=|—-1 ® | ® - 1.0 |1
170512PEFR-S —|—=l=l=l-1—l-|-]--1 ® | ® - 12 |1
170516PEFR-S —=l=l=l-1=l-|-]--1 ® | ® - 16 |1
170520PEFR-S —|—=l=|l=l-1-l-|-]--1 ® | ® — 20 |1
170524PEFR-S* —=l=l=l-1=l-1-|-1-1 ® | ® - 24 |1
170530PEFR-S* ——=l=l=l-1-l-|-]-1-1 ® | ® — 30 |1
170532PEFR-S* —=l=l=l-1=l-1-|-1-1 ® | ® - 32 |1
170540PEFR-S* ——=l=l=l-1-l-|-]--1 ® | ® — 4.0 |1
170550PEFR-S* —=l=l=l-1=l-1-]-1-1 ® | ® - 50 |2
170564PEFR-S* —=l=l=l==l=l=l=-1-]1 e | e - 64 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Recommended Cutting Conditions 1€ P7 } Maximum Allowable Spindle Speed 1€ P8
-F: Medium Finishing, -S: Non-Ferrous Metals.

) ) L . Precautions for Mounting Inserts 1€ P49
* marked inserts require modification of the cutter body.

@ mark Standard stocked item @ mark; Standard stocked item (new product/expanded item) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availabilty) Blank: Made-to-order item — mark: Not avallable
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SEC-WaveMill

WEZ 11000E type PLJKIN'S

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1 Fig 2
9] / ; s b
a _4 % =
‘ <L>‘ LH
v LF LF
I BOdy (Shank type) Dimensions (mm)
% Dia. Shank Head Overall Length We| ht .
Cat.No. |8 DC DMM LH LF M & oy |Fi
WEZ 11014E01 ([ J 14 16 25(24.7) 80(79.7) 1 0.10 1
11016E02 (] 16 16 25(24.7) 100(99.7) 2 0.13 1
11016E02-12 (@ 16 12 25(24.7) 100(99.7) 2 0.07 2
11018E02 ( J 18 16 25(24.7) 100(99.7) 2 0.13 2
11020E02 (] 20 20 30(29.7) 110(109.7) 2 0.23 1
v 11020E02-16 | @ 20 16 30(29.7) 110(109.7) 2 0.15 2
= 11020E03 [ J 20 20 30(29.7) 110(109.7) 3 0.22 1
= 11020E03-16 | @ 20 16 30(29.7) 110(109.7) 3 0.14 2
11022E03 [ J 22 20 30(29.7) 110(109.7) 3 0.23 2
11025E02 ( J 25 25 35(34.7) 120(119.7) 2 0.40 1
11025E03 (] 25 25 35(34.7) 120(119.7) 3 0.40 1
11025E03-20 (@ 25 20 35(34.7) 120(119.7) 3 0.26 2
11025E04 [ J 25 25 35(34.7) 120(119.7) 4 0.39 1
11025E04-20 (@ 25 20 35(34.7) 120(119.7) 4 0.26 2
11028E04 o 28 25 35(34.7) 120(119.7) 4 0.41 2
11030E04 ([ ] 30 25 40(39.7) 130(129.7) 4 0.46 2
11032E02 (] 32 32 40(39.7) 130(129.7) 2 0.74 1
11032E03 ([ J 32 32 40(39.7) 130(129.7) 3 0.73 1
11032E04 ([ J 32 32 40(39.7) 130(129.7) 4 0.73 1
11032E05 () 32 32 40(39.7) 130(129.7) 5 0.72 1
11032E05-25 (@ 32 25 40(39.7) 130(129.7) 5 0.46 2
11035E05 ( J 35 32 40(39.7) 130(129.7) 5 0.75 2
11040E02 (] 40 32 30(29.7) 150(149.7) 2 0.96 2
11040E04 o 40 32 30(29.7) 150(149.7) 4 0.94 2
11040E06 [ J 40 32 30(29.7) 150(149.7) 6 0.93 2
11050E05 (] 50 32 30(29.7) 150(149.7) 5 1.04 2
11050E07 o 50 32 30(29.7) 150(149.7) 7 1.04 2
11063E08 (] 63 32 30(29.7) 150(149.7) 8 1.24 2
11080E10 [ J 80 32 30(29.7) 150(149.7) 10 1.52 2

The LH and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.
Inserts are sold separately.

Parts Identification Code
Flat Insert Screw | hteyated Wench | Antisizure (ean
-
Applicable Cutter @ G / % 7WEZ u 025 E 03 20
N-my Series Code  Insert Dia. Shank Number Shank
Size type of Teeth Dia.

WEZ11014E01
WEZ11016E02(-12) BFTX0305IP
WEZ11018E02 * Modification of the cutter body is required when
WEZ11020E02(-16) using inserts with corner radius RE 2.4 or larger.
wg%:‘l ::g%gggg( 16) Modify the C chamfering portion.
WEZ11025E02
WEZ11025E05(-20) | Wezil tyoe Iy
WEZ11025E04(-20) Reworking guidelines
WEZ11028E04 Corner radius = 2.4: Cl
WEZ11030E04 (AOMTTIT324PEER)
WEZ11032E02 1 .5 TRDRO8|P SUMI‘P Corner radius = 3.0: C2.5
LA o ook BFTX03061P (AOMTIIT330PEER)
WEZ11032E04 S
WEZ11032E05(-25) Corner radius = 3.2: C2.5
WEZ11035E05 (AOMTNT332PEER)
WEZ11040E02 Standard: R1.
WEZ11040E04
WEZ11040EQ6
WEZ11050E05
WEZ11050E07
WEZ11063E08
WEZ11080E10

Nm Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-WaveMill

WEZ T1000E type PIDJKINLS

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting | 8] [MAte M4 [N] [P]
Process| Medium Cutting |&&| |[@] |3 MM © [N]
Roughing & @ @ - 4
slg/glglglslglglsls] o (8] & oo
Cat. No. RIRIRIKIRICIQIRIY IR « S 2 Radius - |Fig
ool0a(e|8l8|8|8] T |8 & | R
||| < |<|< |||
AOMT 11T302PEER-G [ [ ] ® 0 00 A A — [ 02 [1
11T304PEER-G ( 2 A 20 2K JC K 20 AV Q'S - — ([ 04 |1
11T305PEER-G [ ® A A — - 05 |1
11T308PEER-G ® 000 e o oo A — ([ 08 |1
11T310PEER-G [ ® A A — — 1.0 |1
11T312PEER-G [ [ ® 0 0 0 A A - - 1.2 |1
11T316PEER-G [ [ ® 0 0 0 A A — — 1.6 |1
11T320PEER-G [ [ 0 00 A A — — 20 |1
11T324PEER-G* [ ® A A — - 24 |1
11T330PEER-G* |@| @ @0 ® ® 0 A A — — 3.0 |2
11T332PEER-G* [ @ A A — — 32 |2
AOMT 11T304PEER-H o000 o o o o A A — - — 04 |1
11T308PEER-H ® 00 0 e o oo AA — — — 08 |1
11T312PEER-H [ @A A — — — 1.2 |1 )
11T316PEER-H | @ @ AlA| — || - 16 |1 F97 RE x
AOET 11T302PEER-F o — - o — — — — 02 |1 e — o
11T304PEER-F o | |— o — | - — 04 |1 o [F - N v
11T305PEER-F o — - — — — — 05 |1 ™~ )(g
11T308PEER-F @ — — o — — — — 0.8 |1 f
11T310PEER-F o — - — — — — 1.0 |1 12.8 3.6
11T312PEER-F o |— o — i - 12 |1 ‘
11T316PEER-F o — — — — — — 1.6 |1
11T320PEER-F o — — o — — — — 20 |1 Eﬁ
11T324PEER-F* o — - - — — — 24 |1 Fig 2
11T330PEER-F* @ — — o — — — — 3.0 |2 RE
11T332PEER-F* o — — — — — — 32 |2 -
AOET 11T302PEER-P16 (@ | — — — — — — 02 |1 0 .
11T304PEER-P16 (@ —| |— — - |- - 04 [1] ~ \ R
11T305PEER-P16 (@ | — — — — — — 05 [1 }
11T308PEER-P16 @ | — - - - — - 0.8 |1 12.2 3.4
11T310PEER-P16 | @ | — — — — — — 1.0 |1
11T312PEER-P16 | @ |— - — — — — 1.2 |1
AOET 11T302PEER-P20 (@ | — — — — — — 02 |1 Eﬁ
11T304PEER-P20 (@ | — - — — — — 04 |1
11T305PEER-P20 (@ | — — — — — — 05 [1
11T308PEER-P20 | @ | — - - — — — 0.8 |1
11T310PEER-P20 (@ | — - — — — — 1.0 [1
11T312PEER-P20 | @ |— - — — — — 1.2 |1
AOET 11T302PEER-P25 |@ | — — — — — — 0.2 |1
11T304PEER-P25 (@ |— - — — — — 04 |1
11T305PEER-P25 | @ | — — - — — — 05 [1
11T308PEER-P25 |@ | — - - — — — 0.8 |1
11T310PEER-P25 (@ | — - — — — — 1.0 [1
11T312PEER-P25 (@ |— - — — — — 1.2 |1
AOET 11T302PEFR-S il Al el el Bl Bl Bl Rl Bl [ [ — 02 |1
11T304PEFR-S === === == [ [ — 04 |1
11T305PEFR-S ot el e el el el el el el [ ] [ ] — 05 [1
11T308PEFR-S et et el e el el el el e [ [ ] — 08 |1
11T310PEFR-S il Al el el Bl Bl Bl el Bl [ [ — 1.0 |1
11T312PEFR-S it et P el el el Bl [ [ ] — 1.2 |1
11T316PEFR-S it et et el el el Bl e [ [ ] — 1.6 |1
11T320PEFR-S — === == [ [ ) — 20 |1
11T324PEFR-S* ot el e e et el el el B [ ] [ ] — 24 |1
11T330PEFR-S* et et e et el el el el e [ [ — 3.0 |2
11T332PEFR-S* — === [ [ ] — 3.2 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

* -P16 is applicable to cutter diameters 14 and 216.
-P20 is applicable to cutter diameters 918 and 220.
-P25 is applicable to cutter diameters @25 and 228.

* marked inserts require modification of the cutter body.

Precautions for Mounting Inserts 1€ P49

@ mark Standard stocked item @ mark; Standard stocked item (new product/expanded item) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availabilty) Blank: Made-to-order item — mark: Not avallable
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SEC-WaveMill

WEZ 11000ES type for Multi-tasking Machines B X N .S
10mm|9°o ‘ O

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1 Fig 2
i — S
~
TN 5| g TN slg
LH z & LF S|k
LF al 8 zZQ
Body (Short Shank type) Dimensions (mm)
5 Dia. Boss Shank Head Effective Length | OverallLength | Number of| Weight ,
Cat. No. £ bC DCSFMS | DMM LH LU LF Teeth (kg) Fig
WEZ 11014ES01-12 | @ 14 18 12 30(29.7) 27 65(64.7) 1 0.05 1
11016ES02-10 (@ 16 18 10 25(24.7) 22 55(54.7) 2 0.04 1
11016ES02-12 (@ 16 18 12 30(29.7) 27 65(64.7) 2 0.05 1
11020ES03-10 (@ 20 18 10 25(24.7) = 55(54.7) 3 0.04 2
11020ES03-12 (@ 20 18 12 30(29.7) — 65(64.7) 3 0.06 2
11020ES03-16 (@ 20 23 16 30(29.7) 27 70(69.7) 3 0.10 1
11025ES04-12 (@ 25 23 12 30(29.7) — 65(64.7) 4 0.09 2
11025ES04-16 (@ 25 23 16 30(29.7) — 70(69.7) 4 0.12 2

The LH and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.
Inserts are sold separately.

Parts Identification Code

Flat Insert Screw | Wrench | Anti-seizure Cream
| WEZ 11 020 E S 03 -12
IR @ @ / % Series Code Ir;t Dia. S&k SEt Number  Shank

--m-m

Size type Shank of Teeth Dia.
WEZ11014ES01-12
WEZ11016ES02-10 BFTX0305IP
WEZ11016ES02-12 * Modification of the cutter body is required when
wgq 18585?8?:12 1.5 |TRDROSIP |SUMI-P using inserts with corner radius RE 2.4 or larger.
Modify the C chamfering portion.
WEZ11020ES03-16 BFTX0306IP
WEZ11025E504-12
WEZ11025ES04-16 Reworking guidelines
Corner radius = 2.4: Cl
Recommended Cutting Conditions (AOMTTIT324PEER)
Corner radius = 3.0: C2.5
Tool: WEZ 11016ES02-10 (AOMT1IT330PEER)
Insert: AOET 1N"T3OOPEER-F Corner radius = 3.2: C2.5
15 (AOMTNT332PEER)
et f7: 0.05mMmM/t Standard: R1.
e f7: 0.10MM/t
~ 12 — 7 OWlSmm/t
c . 0.
E an
° \\\ 8
po} ©
O > c
o 6 \\ g < E
= ES TP Q©
ol \\ 3 Cutting Widthee = g
[
8 N tiz@
(o}
[0
[a}

0 5 10 15 20 25 Overhang 35mm

Cutting Width ae (mm)
- For cutting conditions for each work material, see P7.

- The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping
system).

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-WaveMill

WEZ 11000ES type for Multi-tasking Machines = MBI EES

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting | 8] [MAte M4 [N] [P]
Process| Medium Cutting |&&| |[@] |3 MM © [N]
Roughing & @ @ - 4
slg/glglglslglglsls] o (8] & oo
Cat. No. RIRIRIKIRICIQIRIY IR « S 2 Radius - |Fig
ool0a(e|8l8|8|8] T |8 & | R
||| < |<|< |||
AOMT 11T302PEER-G [ [ ] ® 0 00 A A — [ 02 [1
11T304PEER-G ( 2 A 20 2K JC K 20 AV Q'S - — ([ 04 |1
11T305PEER-G [ ® A A — - 05 |1
11T308PEER-G ® 000 e o oo A — ([ 08 |1
11T310PEER-G [ ® A A — — 1.0 |1
11T312PEER-G [ [ ® 0 0 0 A A - - 1.2 |1
11T316PEER-G [ [ ] ® 0 0 0 A A — — 1.6 |1
11T320PEER-G [ [ 0 00 A A — — 20 |1
11T324PEER-G* [ ® A A — - 24 |1
11T330PEER-G* |@| @ @0 ® ® 0 A A — — 3.0 |2
11T332PEER-G* [ @ A A — — 32 |2
AOMT 11T304PEER-H o000 o o o o A A — - — 04 |1
11T308PEER-H ® 00 0 e o oo AA — — — 08 |1
11T312PEER-H [ ® A A — — — 1.2 |1 )
11T316PEER-H | @ @ AlA| — || - 16 |1 F97 RE x
AOET 11T302PEER-F o — - o — — — — 02 |1 e — o
11T304PEER-F o | |— o — | - — 04 |1 o [F - N v
11T305PEER-F o — - — — — — 05 |1 ™~ )yg
11T308PEER-F @ — — o — — — — 0.8 |1 f
11T310PEER-F o — - — — — — 1.0 |1 12.8 3.6
11T312PEER-F o |— o — i - 12 |1 ‘
11T316PEER-F o — — — — — — 1.6 |1
11T320PEER-F o — — o — — — — 20 |1 Eﬁ
11T324PEER-F* o — - - — — — 24 |1 Fig 2
11T330PEER-F* @ — — o — — — — 3.0 |2 RE
11T332PEER-F* o — — — — — — 32 |2 -
AOET 11T302PEER-P16 (@ | — — — — — — 02 |1 0 .
11T304PEER-P16 (@ —| |— — - |- - 04 [1] ~ \ R
11T305PEER-P16 (@ | — — — — — — 05 [1 }
11T308PEER-P16 @ | — - - - — - 0.8 |1 12.2 3.4
11T310PEER-P16 | @ | — — — — — — 1.0 |1
11T312PEER-P16 | @ |— - — — — — 1.2 |1
AOET 11T302PEER-P20 (@ | — — — — — — 02 |1 Eﬁ
11T304PEER-P20 (@ | — - — — — — 04 |1
11T305PEER-P20 (@ | — — — — — — 05 [1
11T308PEER-P20 | @ | — - - — — — 0.8 |1
11T310PEER-P20 (@ | — - — — — — 1.0 [1
11T312PEER-P20 | @ |— - — — — — 1.2 |1
AOET 11T302PEER-P25 |@ | — — — — — — 0.2 |1
11T304PEER-P25 (@ |— - — — — — 04 |1
11T305PEER-P25 | @ | — — - — — — 05 [1
11T308PEER-P25 |@ | — - - — — — 0.8 |1
11T310PEER-P25 (@ | — - — — — — 1.0 [1
11T312PEER-P25 (@ |— - — — — — 1.2 |1
AOET 11T302PEFR-S il Al el el Bl Bl Bl Rl Bl [ [ — 02 |1
11T304PEFR-S === === == [ [ — 04 |1
11T305PEFR-S ot el e el el el el el el [ ] [ ] — 05 [1
11T308PEFR-S et et el e el el el el e [ [ ] — 08 |1
11T310PEFR-S il Al el el Bl Bl Bl el Bl [ [ — 1.0 |1
11T312PEFR-S it et P el el el Bl [ [ ] — 1.2 |1
11T316PEFR-S it et et el el el Bl e [ [ ] — 1.6 |1
11T320PEFR-S — === == [ [ ) — 20 |1
11T324PEFR-S* ot el e e et el el el B [ ] [ ] — 24 |1
11T330PEFR-S* et et e et el el el el e [ [ — 3.0 |2
11T332PEFR-S* — === [ [ ] — 3.2 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

* -P16 is applicable to cutter diameters 14 and 216.
-P20 is applicable to cutter diameters 918 and 220.
-P25 is applicable to cutter diameters @25 and 228.

* marked inserts require modification of the cutter body.

Precautions for Mounting Inserts I€S" P49

@ mark: Standard stocked item @ mark: Standard stocked item (new product /expanded tem) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock avalability) Blank: Made-to-order item — mark: Not avalable
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SEC-WaveMill

WEZ 11000EL type PEIKIN S
ll @ <

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1 Fig 2
= =
(@] s> 8 =
a =
- s 3
<LJ LH
LF LF
I Body (Long Shank type) Dimensions (mm)
i‘, Dia. Shank Head Overall Length Number Of We|ght .
Cat. No. B DC DMM LH LF Teeth (kg) Fig
WEZ 11014ELO1 ([ 14 16 25(24.7) 120(119.7) 1 0.16 1
11016EL02 o 16 16 25(24.7) 145(144.7) 2 0.19 1
11016EL02-14 (@ 16 14 25(24.7) 145(144.7) 2 0.15 2
11018EL02 [ J 18 16 25(24.7) 145(144.7) 2 0.20 2
11020EL02 ([ 20 20 40(39.7) 150(149.7) 2 0.31 1
o 11020EL02-18 | @ 20 18 25(24.7) 150(149.7) 2 0.26 2
= 11022EL02 ([ 22 20 30(29.7) 150(149.7) 2 0.32 2
@ 11025EL02 [ J 25 25 50(49.7) 170(169.7) 2 0.57 1
11025EL02-22 (@ 25 22 30(29.7) 170(169.7) 2 0.46 2
11025EL03 [ J 25 25 50(49.7) 170(169.7) 3 0.57 1
11028EL02 [ 28 25 30(29.7) 170(169.7) 2 0.60 2
11030EL02 [ J 30 25 30(29.7) 170(169.7) 2 0.62 2
11032EL02 ([ 32 32 60(59.7) 170(169.7) 2 0.97 1
11032EL02-30 (@ 32 30 30(29.7) 170(169.7) 2 0.88 2
11032ELO3 o 32 32 60(59.7) 170(169.7) 3 0.96 1
11035EL02 [ J 35 32 30(29.7) 170(169.7) 2 1.02 2
11035EL03 [ 35 32 30(29.7) 170(169.7) 3 1.00 2
11040EL02 [ J 40 32 30(29.7) 170(169.7) 2 1.08 2
11050ELO3 [ J 50 32 30(29.7) 170(169.7) 3 1.19 2
The LH and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.
Inserts are sold separately.
Parts Identification Code
| Flat Insert Screw |Wrench | At e WEZ u 025 E L 02 _22
Appllcable Cutter @ @ /ﬁ f Series Code Insert Dia. Shank Long Number Shank
Size type Shank of Teeth Dia.
WEZ11014ELO1
WEZ11016EL02(-14) BFTX0305IP
WEZ11018EL02 * Modification of the cutter body is required when
WEZ11020EL02(-18) using inserts with corner radius RE 2.4 or larger.
WEQ lggégtgg( 22) Modify the C chamfering portion.
WEZ11025EL03
WEZ11028ELO2 1.5 |TRDRO8IP| SUMI-P Reworking guidelines
WEZ11030ELO2 Corner radius = 2.4: C1
WEZ11032EL02(-30) BFTX03061P (AOMTNT324PEER)
WEZ11032ELO3 Corner radius = 3.0: C2.5
WEZ11035EL02 (AOMTTIT330PEER)
WEZ11035ELO3 Corner radius = 3.2: C2.5
WEZ11040ELO2 (AOMTNT332PEER)
WEZ11050EL03 Standard: R1.

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-WaveMill

W E Z 11 O O O E L type o P K'N Em%uoy

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting | 8] [MAte M4 [N] [P]
Process| Medium Cutting |&&| |[@] |3 MM ©O [N]
Roughing & O @ - 4
s1818181818|18/81818|] o |8 S | comer
Cat. No. QIRIRIZIR 2[RRI R & | & 2 Radius |jq
ool0a(e|8l8|8|8] T |8 & | R
NN <<
AOMT 11T302PEER-G |@| (@ (@@ @ @A A| — ° 02 |1
11T304PEER-G |0 © 0|0 © (0 ® @ A(A| — | — ° 04 |1
11T305PEER-G | @ ® A A — | — 05 |1
11T308PEER-G |© 0|0 ©(0 0|0 (0| A A — | — ° 08 |1
11T310PEER-G | @ ® AA — | — 1.0 |1
11T312PEER-G |@®| |@| (©|(0|® @ A A — | — 12 |1
11T316PEER-G |®| (@ @0 ® ® A A — | — 16 |1
11T320PEER-G (@ (@ @0 /@ @ A(A| — | — 20 |1
11T324PEER-G* | @ ® A A — | — 24 |1
11T330PEER-G* (@ @ (@ ® 0 O A A — = 3.0 |2
11T332PEER-G* | @ A A — | — 32 |2
AOMT 11T304PEER-H |@(@ /@@ /@@ @@ A[A| — | — — 04 |1
11T308PEER-H |©|0| 0|0 0|0 ® ® A A — | — — 08 |1
11T312PEER-H  |@ O AlA — | — — 12 |1 Fig1
11T316PEER-H | @ O AA — | — — 1.6 |1 RE x
AOET 11T302PEER-F @] | | o - — =1 = [o2[1 P E
11T304PEER-F o |- o — - | - — 04 1| = e | Z
11T305PEER-F  |@|—| |— = — | =1 = | o5 % &%&g
11T308PEER-F o —| |— o — - | - — 08 |1
11T310PEER-F o —| |- — - | = — 1.0 |1 |- 128 5.6
11T312PEER-F o |— o — - | - — 12 |1
11T316PEER-F o —| |- = - | = — 16 |1 =
11T320PEER-F o — |- o — - | - — 20 |1
11T324PEER-F* @ |—| |— — - |- — 24 1] Fig2
11T330PEER-F* |@|—| |— o — — | - — 30 |2 RE
11T332PEER-F*  |@|—| |— — - | = — 32 |2 ~
AOET 11T302PEER-P16 (@ —| |— — - | - — 02 |1] 2 S )T
11T304PEER-P16 (@ |—| |— - = [ = — 04 |1 3
11T305PEER-P16 (@ — |— — — | - — 05 |1 /
11T308PEER-P16 |@|—| |— — - | = — 08 |1 12.2 34
11T310PEER-P16 @ —| |— — - | - — 1.0 |1
11T312PEER-P16 (@ |—| |— — - | = - 12 |1 T
AOET 11T302PEER-P20 |@|—| |— — — | = — 02 |1
11T304PEER-P20 (@ | —| |— — - | - — 04 |1
11T305PEER-P20 (@ | —| |— — — | - — 05 |1
11T308PEER-P20 |@ | —| |— — - |- — 08 |1
11T310PEER-P20 (@ —| |— — - | - — 1.0 |1
11T312PEER-P20 |@|—| |— — - |- — 1.2 |1
AOET 11T302PEER-P25 |@|—| [— — — | = — 02 |1
11T304PEER-P25 |@ | —| |— — - | - — 04 |1
11T305PEER-P25 (@ | —| |— — - | - — 05 |1
11T308PEER-P25 |@ | —| |— — - | - — 08 |1
11T310PEER-P25 (@ | — |— — - | - — 1.0 |1
11T312PEER-P25 |@|—| |— — - |- — 1.2 |1
AOET 11T302PEFR-S ——=1-1-1-1-1—]-—]—-] ® | ® — 02 |1
11T304PEFR-S —|=l=|=|=]=l=|=|-|-| ® |® — 04 |1
11T305PEFR-S — === ]=]=]=|=]—]-] ® |e® — 05 |1
11T308PEFR-S === e — 08 |1
11T310PEFR-S —|—=l—|—|—|=|—|—|-]-] ® | ® — 1.0 |1
11T312PEFR-S — = — = — = === O [ O — 12 |1
11T316PEFR-S — === |=]=]=|=]—|-] ® |e® — 16 |1
11T320PEFR-S —|=l=|=l=|l=l=l=|-|-| ® |® — 20 |1
11T324PEFR-S* | —|—|—|—|—|—|—|—|—|—| ® | ® — 24 |1
11T330PEFR-S* |—|—|—|—|—|—|—|—|—|—| ® | ® — 3.0 |2
11T332PEFR-S* |—|—|—|—|—|—|—|—-|— |- @ | @ — 32 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

* -P16 is applicable to cutter diameters 14 and 216.
-P20 is applicable to cutter diameters 918 and 220.
-P25 is applicable to cutter diameters @25 and 228.

* marked inserts require modification of the cutter body.

Precautions for Mounting Inserts 1€ P49

@ mark Standard stocked item @ mark; Standard stocked item (new product/expanded item) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availabilty) Blank: Made-to-order item — mark: Not avallable
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SEC-WaveMill

WEZ 17000E type PIMKINS
15moley| @ <

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1 Fig 2
= N
(@] = E
la) s g :
E LH |
LF
LH
LF
I BOdy (Shank type) Dimensions (mm)
ﬁ Dia. Shank Head Overall Length N m r f Wel ht .
Cat. No. 2 DC DMM LH LF uTetﬁho (kg) Fig
WEZ 17025E02 [ 25 25 35(34.3) 120(119.3) 2 0.38 1
17025E02-20 (@ 25 20 35(34.3) 120(119.3) 2 0.25 2
17028E02 ([ 28 25 35(34.3) 120(119.3) 2 0.40 2
17030E03 [ 30 25 40(39.3) 130(129.3) 3 0.43 2
17032E02 [ 32 32 40(39.3) 130(129.3) 2 0.71 1
> 17032E03 [ ) 32 32 40(39.3) 130(129.3) 3 0.69 1
e 17032E03-25 (@ 32 25 40(39.3) 130(129.3) 3 0.44 2
W 17035E03 [ 35 32 40(39.3) 130(129.3) 3 0.72 2
17040E03 ([ 40 32 30(29.3) 135(134.3) 3 0.81 2
17040E04 [ J 40 32 30(29.3) 135(134.3) 4 0.79 2
17050E03 [ ] 50 32 30(29.3) 135(134.3) 3 0.93 2
17050E03-42 (@ 50 42 30(29.3) 135(134.3) 3 1.41 2
17050E05 [ ] 50 32 30(29.3) 135(134.3) 5 0.89 2
17050E05-42 (@ 50 42 30(29.3) 135(134.3) 5 1.37 2
17063E04 [ J 63 32 30(29.3) 135(134.3) 4 1.10 2
17063E04-42 (@ 63 42 30(29.3) 135(134.3) 4 1.58 2
17063E06 [ 63 32 30(29.3) 135(134.3) 6 1.08 2
17063E06-42 (@ 63 42 30(29.3) 135(134.3) 6 1.56 2
17080E07 [ J 80 32 30(29.3) 135(134.3) 7 1.39 2
The LH and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.
Inserts are sold separately.
I Parts Identification Code

. Flat Insert Screw |Wrench | At (ren WEZ 1 7 025 E 02 _20
Applicable Cutter @ @ /ﬂ % Series Code  Insert Dia. Shank Number Shank
Size type of Teeth Dia.

WEZ17025E02(-20)

WEZ17028E02 BFTX04071P
WEZ17030E03 * Modification of the cutter body is required when
WEZ17032E02 using inserts with corner radius RE 2.4 or larger.
WEZ17032E03(-25) Modify the C chamfering portion.
WEZ17035E03
WEZ17040E03 3.0 |TRDR15IP| SUMI-P d |
WEZ17040E04 Reworking guidelines
WEZ17050E03(-42) BFTX04091P Corner radius = 2.4: C1
WEZ17050E05(-42) (AOMT170524PEER)
WEZ17063E04(-42) Corner radius = 3.0: C1.5
WEZ17063E06(-42) (AOMT170530PEER)
WEZ17080EQ7 Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)

Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)

Standard: R1.

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-WaveMill

WE Z 17000 E type gy Stpl CK N;Nw Exﬁuoy

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting [K] VIS [N] Q
Process| Medium Cutting |&&| |[@] |3 MMM © [N}
Roughing & @ @ A
&
s/sislglglglglslsls] - (8] & e
Cat. No. SISRS(B|2|NR S & |&| B | ™ Fig
ololagle|g8|8|8|5] T || & | F
<< << < <C|<|<C| <
AOMT 170502PEER-L o—| [— O AA] — — 02 [1
170504 PEER-L ®— 10— 00 00 A A — — o 04 |1
170508PEER-L o |0 ® 0 0 0 A A — — @ 0.8 |1
170512PEER-L @ @ AA — — 1.2 |1
170516PEER-L o — — @ AA — — 1.6 |1
AOMT 170502PEER-G o (0o o000 AlA| — — 02 [1
170504 PEER-G [ ) (] ® 0 0 0 A A — — [ ) 04 |1
170505PEER-G o O AA — — 05 |1
170508PEER-G o000 0 000 A A — — [ ) 0.8 |1
170510PEER-G o O A A — — 1.0 |1
170512PEER-G [ ) (] ® 0 00 A A — — 1.2 |1
170516PEER-G [ ) @ ® 000 A A — — 1.6 |1
170520PEER-G [ ) (] ® 0 00 A A — — 20 |1
170524PEER-G* o O A A — — 24 |1
170530PEER-G* [ ) (] ® 000 A A — — 3.0 (1
170532PEER-G* [ ] [ ) ® 0 0 0 A A — — 32 |1
170540PEER-G* [ ] o ® 0 0 0 A A — — 40 |1 )
170550PEER-G* o o ® 0 0 0 A A — — 50 |2 Fig 1
170564PEER-G* | @ ® AA — — 6.4 |2 RE
AOMT 170504PEER-H o000 0 0 0o A A — — = 04 |1 o =
170508PEER-H |© ©® ©® ® (0 ® @ A A| — | — — 08 [1]| © g
170512PEER-H [ J @ A A = = = 1.2 |1 N
170516PEER-H | @ @ AA — | —| — 16 |1 !
AOET 170502PEER-F o —| [— - - [ = — 02 |1 19.5 25
170504 PEER-F o — — o — — — — 04 |1
170505PEER-F o — — = = = = 05 |1
170508PEER-F o — — o — — — — 0.8 |1 Eﬁ
170510PEER-F e —| |- — - | = — 10 [1] Fig2
170512PEER-F o |— o — — — — 1.2 |1 RE
170516PEER-F e —| - e — — — — 1.6 |1 . ~
170520PEER-F o |— o — — — — 20 |1 0 .
170524PEER-F*  |@|—| |— — - | = - 24 |1 = N\& =8
170530PEER-F* @ — — o — — — — 3.0 [1
170532PEER-F* o — = o — = = = 3.2 |1 18.0 5.2
170540PEER-F* o |— e — — — — 40 |1
170550PEER-F* @ — = = = = = 50 |2
170564 PEER-F* o — — — — — — 6.4 |2 Eﬁ
AOET 170502PEER-P25 o — — = = = = 02 |1
170504PEER-P25 o — — — — — — 04 |1
170505PEER-P25 |@|—| |— — — — — 05 |1
170508PEER-P25 o — — — — — — 0.8 |1
170510PEER-P25 Qo — — — — = = 1.0 |1
170512PEER-P25 o — — — — — — 1.2 |1
AOET 170502PEER-P32 (@ |—| |[— — — — — 02 [1
170504PEER-P32 o — — — — — — 04 |1
170505PEER-P32 Q= — — — = = 05 |1
170508PEER-P32 o — — — — — — 0.8 |1
170510PEER-P32 o — — — — = = 1.0 |1
170512PEER-P32 o — — — — — — 1.2 |1
AOET 170502PEFR-S ==EEEEEEEETe ° — 02 [1
170504PEFR-S — === === == [ J o — 04 |1
170505PEFR-S it et Bttt Bl et Bt Bt [ J ([ J — 05 |1
170508PEFR-S — === === == [ J [ J — 0.8 |1
170510PEFR-S — === === === [ J ([ J — 1.0 |1
170512PEFR-S — == === === | [ ) (] — 1.2 |1
170516PEFR-S — === === === o ([ J — 1.6 |1
170520PEFR-S — === === | [ ) o — 20 |1
170524 PEFR-S* el el et et el el el el el o [ ] = 24 |1
170530PEFR-S* — === === | [ ] o — 30 (1
170532PEFR-S* — === == === [ ) o = 32 |1
170540PEFR-S* — === === | [ ] o — 4.0 |1
170550PEFR-S* — === === === o o = 50 |2
170564PEFR-S* —|=1=—1=l=1=1=1—1-]1 @ ) — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Maximum Allowable Spindle Speed 1€ P8
-F: Medium Finishing,

-P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.

* -P25 is applicable to cutter diameters 925 and 228. -P32 is applicable to cutter diameters 230, 832 and @35.
* marked inserts require modification of the cutter body.

Precautions for Mounting Inserts 1€ P49

@ mark: Standard stocked item @ mark: Standard stocked item (new product /expanded tem) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock avalability) Blank: Made-to-order item — mark: Not avalable
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SEC-WaveMill

WEZ 17000ES type for Multi-tasking Machines £ B K N .S
[15mm|900 ‘ <>

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1
=1 n
9] — | =
o 3
o
LH =
LF z
a
Body (Short Shank type) Dimensions (mm)
5 Dia. Boss Shank Head Overall Length Number of Weight ,
Cat. No. £ DC DCSFMS DMM LH LF Ve o (kg) Fig
WEZ 17025ES02-16 |® 25 23 16 30(29.3) 70(69.3) 2 0.11 1
17032ES03-16 | © 32 27 16 30(29.3) 70(69.3) 3 0.14 1

The LH and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.
Inserts are sold separately.

Parts Identification Code

Flat Insert Screw | Wrench | Anti-seizure Cream
| WEZ 17 025 E S 02 -16
Applicable Cutter @ @ /p f Series Code Insert Dia. Sﬁk Shiort Number Shank Dia.

--m-m

WEZ17025E502-16 5 04071P Size type Shank of Teeth
- FTX04071
WEZ17032ES03-16  [BFTX0409ip | >:0 [TRORISIP SUMI-P
* Modification of the cutter body is required when
) . using inserts with corner radius RE 2.4 or larger.
Recommended Cutting Conditions
Modify the C chamfering portion.
Tool: WEZ17025ES02-16 /
Insert: AOET170500OPEER-F
15 Reworking guidelines
\f . 06‘ St Corner radius = 2.4: C1
|5 ooemm (AOMT170524PEER)
— 7. 0.12Mm/t .
~ 12 1fz. OZO}mm/t Corner radius = 3.0: C1.5
g o (AOMT170530PEER)
\& Corner radius = 3.2: C1.5
f 9 \ (AOMT170532PEER)
3 \ Corner radius = 4.0: C2
5 N\ (AOMT170540PEER)
6
b= N\ \ Corner radius = 5.0: C5
§ \ (AOMT170550PEER)
3 ‘\ Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

o] 5 10 15 20 25
Cutting Width ae (mm)

- For cutting conditions for each work material, see P7.
- The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping

system).
©
8
©
= e
aQ < E
© . . o ©
+ | Cutting Width ae 2 e
@)
kS
=
Q
[
(&)

“ Overhang 35mm

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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SEC-WaveMill

WEZ 17000ES type for Multi-tasking Machines " PKIN'S

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting [K] VIS [N] Q
Process| Medium Cutting |&&| |[@] |3 MM © [N}
Roughing & @ @ A
@
g81818/1818(8/818/818| o |8 S Corner
Cat. No. SISRS(B|2|NR S & |&| B | ™ Fig
ololagle|g8|8|8|5] T || & | F
< << < | << || <C | <
AOMT 170502PEER-L o —| [— O AA| — | — 02 |1
170504PEER-L o—0o— 0000 AA — |- ) 04 |1
170508PEER-L oo - 0000 AA — | — ) 0.8 |1
170512PEER-L ) @ AA| — |- 12 |1
170516PEER-L e | |— @ AA — | — 16 |1
AOMT 170502PEER-G o (o ej0e@0jala] — | — 02 |1
170504PEER-G 00000000 AA — | — ° 04 |1
170505PEER-G ) @ AA — | — 05 |1
170508PEER-G 00000000 AA — | ° 0.8 |1
170510PEER-G ° O AA — | — 10 |1
170512PEER-G o o o000 AA — |- 12 |1
170516PEER-G o o o000 A A — |- 16 |1
170520PEER-G o o @000 A A — | — 20 |1
170524PEER-G* | @ @ AA — | — 24 |1
170530PEER-G* @ @ (@@ @ ® AlA — | — 30 |1
170532PEER-G* (@| @ (@@ @@ A|lA — | — 32 |1
170540PEER-G* @ @ (@@ @ ® AlA — | — 4.0 |1
170550PEER-G* |@| @ @@/ @@ A|lA — | — 50 |2
170564PEER-G* [ @ A A — — 6.4 |2 Fig 1
AOMT 170504PEER-H o000 0000AlA| — | — - 04 |1 '9 RE
170508PEER-H 00000000 AA — | — — 0.8 |1 - =
170512PEER-H ) @ AlA| — |- - 12 |1 S -
170516PEER-H ) O AA| — — — 1.6 |1 T~ )V‘a’
AOET 170502PEER-F o —| [— — - = - 02 |1 19.5 55 |
170504PEER-F e | |— o — - | - — 04 |1
170505PEER-F e | |— - - | = = 0.5 |1
170508PEER-F e | |— o — - | = — 0.8 |1
170510PEER-F e —| |— - - | = = 1.0 |1
170512PEER-F o | |— o — - | = — 12 |1
170516PEER-F ®—| |— o —  — — 16 |1 [
170520PEER-F o | |— o — - | = — 20 |1 =
170524PEER-F* |@|—| |— — — = — 24 |1 =13
170530PEER-F* e | |— o — — | = — 30 |1 5.2
170532PEER-F* o | |— o — - | = = 32 |1
170540PEER-F* o | |— o — - | = — 4.0 |1
170550PEER-F* @ — = = = = = 50 |2
170564PEER-F* e | |— — - | = — 6.4 |2
AOET 170502PEER-P25 (@ |—| [— - - [ = = 02 |1
170504PEER-P25 (@|—| |— — - | = — 04 |1
170505PEER-P25 |@|—| |— — - | = — 0.5 |1
170508PEER-P25 (@|—| |— — - | = — 0.8 |1
170510PEER-P25 |@|—| |— — - | = - 1.0 |1
170512PEER-P25 (@|—| |— — — | = — 12 |1
AOET 170502PEER-P32 |@ || |— - - [ = = 02 |1
170504PEER-P32 (@|—| |— — - | - — 04 |1
170505PEER-P32 |@|—| |— — - | = - 0.5 |1
170508PEER-P32 (@|—| |— — - | - — 0.8 |1
170510PEER-P32 |@|—| |— — - | = - 1.0 |1
170512PEER-P32 (@|—| |— — - | = — 12 |1
AOET 170502PEFR-S —I=1=1=1=1=T=1—1-1-1 ® | ® = 0.2 |1
170504PEFR-S —|—=l=|l=l-1—l-|-]-|-1 ® | ® — 04 |1
170505PEFR-S —=l=l=l-1=l-1-|-1-1 ® | ® — 05 |1
170508PEFR-S ——=l=l=l-]=l-]-]--1 ® | ® — 08 |1
170510PEFR-S —=l=l=l-1=l-1-|-1-1 ® | ® — 10 |1
170512PEFR-S —|—=|=|=l—=]=]=-]-1-] ® | @ — 12 |1
170516PEFR-S —l=l=l=l-1=l-1=|--1 ® | ® — 16 |1
170520PEFR-S —|=|=|=l—=]=]=-]-1-] ® | @ — 20 |1
170524PEFR-S* —|==l=l=l=]=—=|-1-] ® | @ - 24 |1
170530PEFR-S* —|=|=|=l=|=]—-]-1-] ® | @ — 30 |1
170532PEFR-S* —|==l=l=l=]=--1-] ® | @ - 32 |1
170540PEFR-S* —|==l=l-]=]=-]-1-] ® | @ — 4.0 |1
170550PEFR-S* —|==l=l=l=1=-1-1-] ® | @ - 50 |2
170564PEFR-S* —==l=l=l==-1--1-] e | e — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.

* -P25 is applicable to cutter diameters 925 and 228. -P32 is applicable to cutter diameters 930, 832 and @35.

* marked inserts require modification of the cutter body.

@ mark: Standard stocked item @ mark: Standard stocked item (new product /expanded tem) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock avalability) Blank: Made-to-order item — mark: Not avalable

23



SEC-WaveMill

WEZ 17000EL type

=3

Steel

KIN'S

RELERHERIE Cast Iron [ NorFenous Metal H Exotic Alloy|

--m-m

Radial |-6° to -12°
[ Radial [-6° to -12°] I‘smm|90° ‘ O
Fig 1 Fig 2
= N
(@] s =
a % 8 %
LH &
LF
LH
LF
Body (Long Shank type) Dimensions (mm)
ﬁ Dia. Shank Head Overall Length Number of Wel ht .
Cat. No. B DC DMM LH LF Teeth (kg) Fig
WEZ 17025EL02 [ 25 25 50(49.3) 170(169.3) 2 0.55 1
17028EL02 () 28 25 50(49.3) 170(169.3) 2 0.57 2
17030EL02 ® 30 25 50(49.3) 170(169.3) 2 0.59 2
17032EL02 () 32 32 60(59.3) 170(169.3) 2 0.94 1
17032EL02-30 (@ 32 30 50(49.3) 170(169.3) 2 0.85 2
17032EL03 ) 32 32 60(59.3) 170(169.3) 3 0.92 1
17035EL02 (] 35 32 50(49.3) 170(169.3) 2 0.98 2
17040EL02 () 40 32 50(49.3) 170(169.3) 2 1.09 2
17040ELO3 ® 40 32 50(49.3) 170(169.3) 3 1.08 2
17040EL04 () 40 32 50(49.3) 170(169.3) 4 1.05 2
17050EL03 ® 50 32 50(49.3) 170(169.3) 3 1.29 2
17050EL03-42 (@ 50 42 50(49.3) 170(169.3) 3 1.83 2
17050ELO5 (] 50 32 50(49.3) 170(169.3) 5 1.25 2
17050EL05-42 @ 50 42 50(49.3) 170(169.3) 5 1.79 2
17063EL04 ® 63 32 50(49.3) 170(169.3) 4 1.61 2
17063EL04-42 (@ 63 42 50(49.3) 170(169.3) 4 2.16 2
17063EL06 ® 63 32 50(49.3) 170(169.3) 6 1.58 2
17063EL06-42 | @ 63 42 50(49.3) 170(169.3) 6 2.13 2

The LH and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.

Inserts are sold separately.

Parts

Flat Insert Screw |Wrench

Inti-seizure Cream

Applicable Cutter

S &/

4

WEZ17025EL02
WEZ17028EL02
WEZ17030ELO2
WEZ17032EL02(-30)
WEZ17032ELO3
WEZ17035EL02
WEZ17040ELO2
WEZ17040ELO3
WEZ17040ELO4
WEZ17050EL03(-42)
WEZ17050ELO5(-42)
WEZ17063EL04(-42)
WEZ17063EL06(-42)

BFTX0407IP

3.0 [TRDR15IP

BFTX04091P

SUMI-P

Identification Code

WEZ 17 032 E L 02 -30

Series Code Dia. Shank Long Number Shank
type Shank of Teeth Dia.

Insert
Size

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ17 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMT170524PEER)
Corner radius = 3.0: C1.5
(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMTI170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)

Standard: R1.

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-WaveMill

W E Z 1 70 0 O E L type " P K'N Exo.%uoy

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting [K] VIS [N] Q
Process| Medium Cutting |&&| |[@] |3 MMM © [N}
Roughing & @ @ A
@
s1818181818|8/81818|] o |8 S Corner
Cat. No. SISRS(B|2|NR S & |&| B | ™ Fig

o(ol0a(e|8l8|8|8] T |8 & | R
NN <<

AOMT 170502PEER-L o | [— ®AA] — | — 02 [1
170504PEER-L ®—(0—- 0000 AA — | — o 04 |1
170508PEER-L ® 0 0000 AA — | [ 08 |1
170512PEER-L ° ®AA — |- 12 |1
170516PEER-L o | |— ® AA — | — 16 |1

AOMT 170502PEER-G o (o o000 AA| — | — 02 |1
170504PEER-G 0000000 AL — | o 04 |1
170505PEER-G o @ AA — | — 05 |1
170508PEER-G ©0 000000 AA — | — [ 08 |1
170510PEER-G o ®AA — |- 1.0 |1
170512PEER-G o O 0000 4AA — | — 12 |1
170516PEER-G o O 0000 A A — | — 16 |1
170520PEER-G o O 0000 4AA — |- 20 |1
170524PEER-G* | @ @ AA — |- 24 |1
170530PEER-G* (@ @ (@ ® ®|® A A — | — 30 |1
170532PEER-G* (@ @ (@@ ®|® A A — | — 32 |1 x
170540PEER-G* (@ @ (@ ® ®|® A A — | — 4.0 |1 I
170550PEER-G* (@ @ (@@ ®|® A A — | — 50 |2 »
170564PEER-G* | @ @ AA — — 64 |2 .

AOMT 170504PEER-H | ® @@ ®(®(® ® ® AA| — | — | — |04 (1| oV RE
170508PEER-H 0000000 .AA — | — 08 |1 - =
170512PEER-H o ®AA — |- — 12 |1 S :
170516PEER-H ° @ AA — | — — 16 |1 " i )f'a’

AOET 170502PEER-F o —| [— — — = - 02 |1 19.5 5.5 1
170504PEER-F o | |- o — - | - — 04 |1
170505PEER-F °o—| |- - - =] = 0.5 |1 T
170508PEER-F o —| |- o — - | - — 08 |1
170510PEER-F o —| |- — = | = — 10 |1| Fig2 RE
170512PEER-F o - o — - | - — 12 |1 . ‘ ~
170516PEER-F o —| |- o — = | = — 16 |1 g
170520PEER-F o |- o — - | - — 2.0 |1 = NSy =
170524PEER-F* |@|—| |— — = | = — 24 |1 T80 s, 4°
170530PEER-F* ® — |- o — — — — 3.0 |1 ' '
170532PEER-F* |@|—| |— o — = | = — 32 |1
170540PEER-F* |@ | —| |— o — - | - — 40 |1 Eﬁ
170550PEER-F* ® —| |- - = = = 5.0 |2
170564PEER-F* @ —| |— — i - 64 |2

AOET 170502PEER-P25 (@ |—| |— — = [ = - 02 |1
170504PEER-P25 |@ —| |— — - | - — 04 |1
170505PEER-P25 |@|—| |— — = | = - 05 |1
170508PEER-P25 |@ —| |— — - | - — 08 |1
170510PEER-P25 |@|—| |— — = | = - 1.0 |1
170512PEER-P25 (@ —| |— — - | - — 12 1

AOET 170502PEER-P32 @ |—| |— — = [ = - 02 [1
170504PEER-P32 (@ —| |— — - | - — 04 |1
170505PEER-P32 |@|—| |— — e - 05 |1
170508PEER-P32 |@ —| |— — - | - — 08 |1
170510PEER-P32 |@|—| |— — e - 1.0 |1
170512PEER-P32  |@ —| |— — - | - — 12 1

AOET 170502PEFR-S —=1=1=1=1=1=1=1=1-1 ® | ® = 02 |1
170504PEFR-S —| === == & | e — 04 |1
170505PEFR-S ==l=l=l=1=|==|=|- ® |e® — 05 |1
170508PEFR-S —| === == & | e - 08 |1
170510PEFR-S =I=l=l=l=1=|==|=|- ® |® — 1.0 |1
170512PEFR-S —| === === @& | e — 12 |1
170516PEFR-S =I=l=l=l=1=|==|=|- ® |® = 16 |1
170520PEFR-S —| ===l @& | e — 20 |1
170524PEFR-S* |—|—|—|—|—|—|—|—|—|-| ® | @ — 24 |1
170530PEFR-S* | —|—|—|—|—|—|—|—|—|-| ® | @ — 30 |1
170532PEFR-S* |—|—|—|—|—|—|—|—|—|—-| ® | @ — 32 |1
170540PEFR-S* | —|—|—|—|—|—|—|—|—|-| ® | @ - 4.0 |1
170550PEFR-S* | —|—|—|—|—|—|—|—|—|-| ® | @ — 50 |2
170564PEFR-S* | —|—|—|—|—|—|—-|-|—-|—| ® | @ - 64 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.

* -P25 is applicable to cutter diameters 925 and 228. -P32 is applicable to cutter diameters 930, 832 and @35.

* marked inserts require modification of the cutter body.

@ mark: Standard stocked item @ mark: Standard stocked item (new product /expanded tem) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock avalability) Blank: Made-to-order item — mark: Not avalable
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SEC-WaveMill

WEZR series

M Features
® High-efficiency shoulder milling of deep steps
Inserts for SEC-WaveMill WEZ series are arranged in
multiple stages forming a long cutting edge, to enable
high-efficiency shoulder milling of deep steps

@ Superb chatter resistance
Sharp inserts and irregular pitched body help suppress
chatter and vibration

@ Support for all types of work materials

A lineup of grades specific to each work material, as
well as the general-purpose ACU2500 grade, which is

[ | Body Features applicable to steel, stainless steel and cast iron
@ Flute shape ensures both rigidity and @ Irregular pitched body
excellent chip evacuation performance suppresses chattering
o1
The chip pocket is larger toward
the tip and the body is thicker
toward the rear, for excellent -
chip evacuation and rigidity .
7
// //
-, / 062
4 /
/
7/
e 63
01#+62+63
Tip

Irregular pitch is used
to improve chatter resistance

B Cutting Performance

\
N \

@ Sharp inserts and irregular pitched body provide superb chatter resistance

Capable of stable machining even

with BT40 spindle machines Capable of machining

up to 10mm

WEZRIT1 type
Vertical Machining Centre BT40

Competitor's Product A Chatter at 2mm

0 2 4 6 8 10
Cutting Width ae (mm)

Machine: Vertical Machining Centre BT40, Work Material: S50C, Overhang Amount: 60mm
Tool: WEZR 11032E3632Z03 (232, 3-tooth 4-stage)

Insert: AOMT NNT308PEER-G (ACU2500)

Cutting Conditions: ve=150m/min, fz= 0.1mm/t, ap=30mm, Dry

Capable of stable machining even
with a long overhang

Capable of machining
up to 8mm

Vertical Machining Centre BT50 WEZR17 type

Competitor's Product B Chatter at 4mm

0 2 4 6 8 10
Overhang Cutting Width ae (mm)
Amount
235mm

Machine: Vertical Machining Centre BT50, Work Material: SCM440, Overhang Amount: 235mm
Tool: WEZR 17063RS5727Z204 (263, 4-tooth 4-stage)

y Insert: AOMT 170508PEER-G (ACU2500)

Cutting Conditions: ve= 150m/min, fz= 0.15mm/t, ap=50mm, Dry
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SEC-WaveMill

WEZR scries

B Cutting Performance

@® Optimised cutting edge shape and high-precision molding technology result in excellent wall

aCcCuracy
30 : N
&~ WEZR type Lt N
A Competitor's \\
o5 Product [~ "
g T
£ 20 /
< ‘ﬁi
()]
g . \A\\
: A
% /r
> 10 A
2 g |
) \‘\&“
5 {l // .
o o
-0.02 0] 0.02 0.04 0.06

Deviation (mm)

B Application Range

@ Steel, stainless steel, cast iron
90

1\

[¢¢]
O

~
O

(o))
o

6
o

Depth of Cut ap (mm)

o] 10 20 30 40 50 60 70
Cutting Width ae (mm)

WEZR type Competitor's Product C

- No step, excellent wall accuracy Step

Machine: Vertical Machining Centre BT50, Work Material: SCM435,
Overhang Amount: 60mm

Tool: WEZR 11032E3632Z02 (232, 2-tooth 4-stage)

Insert: AOMT NNT308PEER-G (ACU2500)

Cutting Conditions: ve=160m/min, fz= 0.15mm/t, ap=30mm, ae= 2mm, Dry

@® Aluminum alloys, titanium alloys
90

» —H\ N

. 8

60

50

40

300 |

Depth of Cut ap (mm)

0 10 20 30 40 50 60 70
Cutting Width ae (mm)

N - The depth of cut figures above are guidelines for use with BT50 machine tools. Use a depth of cut of approximately 50% if using BT40.
-For a tool overhang of L/D = 3 or L/D = 4, use a depth of cut of approximately 50% or 25%, respectively.
‘There may be cases where machining cannot be performed at the depth of cut figures above, depending on the machine rigidity and work rigidity.

-Refer to P7 for the cutting speed and feed rate.
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SEC-WaveMill

WEZR TTOO00RS type PIMIKINIS

[ Radial [11° to -9 faa.
SE 14°t0015° 34 53n 90° g @ O

Shoulder Milling ~ Groove Milling  Side Milling

Fig 1 CBDP
KDP
58] =5t
[a)
BOdy (Shell type) Dimensions (mm)
=5 | Diameter [Max. Depth of Cut Boss Height  |Hole Dia.|Keyway Width | Keyway Depth | Mounting Depth|  Bolt Bolt T()ta| NO. NO. of Effg(twe We|ght .
Cat. No. &| DC | APMX [DCSFMS| LF |DCB|KWW | KDP |CBDP| D1 | D2 |of eeth|Stages|ltscs| (kg) | 9
WEZR 11040RS4416204 @ 40 | 44(43) | 37 |60(59.7)] 16 84 | 5.6 18 14 9 | 20 5 4 | 027 |1
11050RS5322Z04 (@ 50 | 53(52) | 47 |70(69.7)] 22 | 104 | 6.3 20 18 | 11 | 24 6 4 | 057 |1

The APMX and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts.
Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.

Metric

Parts Recommended Cutting Conditions
Flat Insert Screw|Wrench| Bolt |Antiseizure (rean 150 Work Meriness %E Cutting Speed vc (m/min) | Feed Rate fz (mm/t) | Insert
. Material 2| Min. - Optimum - Max. | Min. - Optimum - Max,| Grade
Applicable Cutter @ @ / % Carbon | = 280HB|G| 80150 -200[0.08-0.12-0.20] , oo
Steel > 280HB |G| 80-100-120/0.08-0.12-0.20 ﬁgg%ggg
WEZR 11040RS4416Z04 BX0850 Alloy Steel | < 280HB |G| 80-150-180/0.08-0.12-0.20

WEZR 11050RS5322704 BFTX0306IP| 1.5 |TRDRO8IP BX1060 SUMI-P QE‘S%’SS
Stainless ACS2500
M Steel < 280HB |G| 80-120-160(0.08-0.12-0.20 ﬁgﬁz%%o
Identification Code ACM300
E Z R 11 4 R 44 1 Z 4 Cast Iron/ ACU2500
Ductile — G| 80-150-200(0.08 - 0.12 - 0.20| ACK2000
-_— — —— — — - - Cast Iron ACK3000
Series Code Insert Dia. Feed  Metric Max.  Mounting Effective FRE
Size Direction Bore  Depth of Hole No. of Teeth . ACS1000
; xotic ACS2500
Cut Diameter Alloy = G| 40- 50- 60|0.08-0.12 - 0.20| 5c23000
ACM200
ACM300
Aluminum |Si £12.6%|S| 300 - 500 - 800{0.05 - 0.10 - 0.15| p| 2000

Alloy  [Si>12.6%|S| 100 - 200 - 250/0.05 - 0.10 - 0.15| H20

‘The cutting conditions above are a guide. Actual conditions will need to
be adjusted according to machine rigidity, work clamp rigidity, depth of
cut and other factors.

‘There may be cases where machining cannot be performed under
recommended cutting conditions, depending on the machine rigidity and
work rigidity.

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ11 type

Reworking guidelines

Corner radius = 2.4: C1
(AOMTTIT324PEER)

Corner radius = 3.0: C2.5
(AOMT1IT330PEER)

Corner radius = 3.2: C2.5
(AOMTNT332PEER)

Standard: R1.

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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W E Z R 11 O O 0 RS type " PhOd KNS

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| [N] [P]
Process| Medium Cutting |&| @] [[@] MMM E O O
Roughing Q @ -
8888888888 o 8 g Comer
Cat. No. QRIRISWVISISIRISI2 & K| 8 | ™ Fig
30(0/5(8|8(8/8|8|18| T 2| & | *
< IC|IC| I ||| || <
AOMT 11T302PEER-G o [ J ® 0 0 0 A A — — [ ] 0.2 |1
11T304PEER-G o000 0 o o o A A — — o 04 |1
11T305PEER-G (] ® AA| — 05 |1
11T308PEER-G 0000 o 0 0 A A — o 0.8 |1
11T310PEER-G o @ AA| — — 1.0 |1
11T312PEER-G (] [ J ® 00 0 A A — 1.2 |1
11T316PEER-G (] [ ] @0 O 0 A A — — 1.6 |1
11T320PEER-G o [ J ® 0 0 0 A A — — 20 |1
11T324PEER-G* o @ AA| — — 24 |1
11T330PEER-G* ([ J [ J ® 00 0 A A — — 30 |2 -
11T332PEER-G* (] @ A A| — — 32 |2 ) E
AOMT 11T304PEER-H ® 00 00 0 0 0 A A — — 04 |1 v
11T308PEER-H 0000 o o o A A — — — 0.8 |1
11T312PEER-H o @ AA| — — — 1.2 |1
11T316PEER-H (] @ AA| — — — 1.6 |1 Fig 2
AOET 11T302PEER-F e — — o — — — — 0.2 |1 9 RE
11T304PEER-F o — — o — — — — 04 |1 ~
11T305PEER-F e — — — = = = 05 |1 0
11T308PEER-F o | |- o — - |- - 08 |1 ~ 2 )yg
11T310PEER-F e — — — — — — 1.0 |1 f
11T312PEER-F o — — @ — — — — 1.2 |1 12.2 3.4
11T316PEER-F o — — — — — = 1.6 |1
11T320PEER-F e — — @ — — — — 20 |1
11T324PEER-F* o — — — = = = 24 |1 Eﬁ
11T330PEER-F* o — — @ — — — — 30 |2
11T332PEER-F* o — — — — — = 32 |2
AOET 11T302PEFR-S — === === || @ [ J — 02 |1
11T304PEFR-S — = === = === @ ([ J — 04 |1
11T305PEFR-S — === === @ o — 05 |1
11T308PEFR-S =|=|=|=l=l=|=l=l=|=| O o = 0.8 |1
11T310PEFR-S — === === || @ ([ J — 1.0 |1
11T312PEFR-S =|=|=|=|=l=|=l=l=|=| O ([ J = 1.2 |1
11T316PEFR-S — === === || @ o — 1.6 |1
11T320PEFR-S — === === @ ([ J — 20 |1
11T324PEFR-S* — === === || @ [ — 24 |1
11T330PEFR-S* =|=|=|=l=l=|=l=l=|=| O o = 3.0 |2
11T332PEFR-S* — === === =] @ [ J — 32 |2
-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, -S: Non-Ferrous Metals.
Use peripheral inserts with RE of 0.8mm or less from the second stage and above. Precautions for Mounting Inserts 1€~ P49

* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iterm) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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WEZR 17000RS type PIMIKINIS

-7 378 P g @ <o

Shoulder Milling ~ Groove Milling  Side Milling

Fig1 CBDP
KDP
¢
a
BOdy (Shell type) Dimensions (mm)
5 |Diameter [Max. Depth of Cut Boss Height Hole Dia. |Keyway Width [ Keyway Depth [Mounting Depth|  Bolt Bolt Tota| NO. NO. of Effg[twg Welght .
Cat. No. &| DC | APMX |DCSFMS|  LF DCB |[KWW | KDP |CBDP| D1 | D2 |of Teeth|Stages|ntt| (kg) Fig
WEZR 17050RS$2922Z04 @ | 50 | 29(28) | 47 |50(49.3)| 22 | 104 | 6.3 20 | 18 | 11 8| 2 4 | 0.35/|1
= 17050RS5722Z02 @®| 50 | 57(56) | 47 |80(79.3)] 22 | 104 | 6.3 20 | 18 | 11 8| 4 2 [ 0701
o o 17050RS5722Z03 @®| 50 | 57(56) | 47 |80(79.3)| 22 | 104 | 6.3 20 18 | 11 12 4 3 10591
5 17063RS2927Z205 @®| 63 | 29(28) | 60 |55(54.3)| 27 | 12.4 7 22 20 | 14 | 10 2 5 1074 |1
g 17063RS5727203 @| 63 | 57(56) | 60 [80(79.3)| 27 | 12.4 7 22 20 | 14 | 12 4 3 11111
17063RS5727204 @®| 63 | 57(56) | 60 [80(79.3)| 27 | 12.4 7 22 20 | 14 | 16 4 4 1.05 |1
17080RS5627205 @®| 80 | 56(55) | 70 [80(79.3)| 27 | 12.4 7 22 20 | 14 | 20 4 5 1.85 |1
17080RS5632205 @®| 80 | 56(55) | 70 [80(79.3)] 32 | 144 | 8 26 | 25|18 | 20 | 4 5 [1.76 |1
The APMX and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts.
Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.
I Parts Recommended Cutting Conditions
Detachable Wrench o Work & | cutting Speed ve (mimin) | Feed Rate £z (mm/t)|  Insert
Flat fnti-seizure| |iso OK | Hardness | £ |79 Peecte s nser
i arbon |= - - LT e 2P ACU2500
Applicable Cutter 0 Steel [ 280HB |G| 80-100-120]0.10-0.20 - 0.30| ACP2000
@ @ / / % Alloy Steel | < 280HB|G| 80- 150 - 180/0.10 - 0.20 - 0,30 ““F*°%°
~ e
WEZR 17050RS2922704 BX1045 Stainless . . . B ACS2500
WEZR 17050RS5722702 00 M| >TE0S% | < 280HB|G| 80-120-160|0.10-0.20-0.30 hsscos
WEZR 17050RS5722203 — Wps1015| TRB15IP ACM300
WEZR 17063RS2927Z05 BX1240 Cast Iron/ ACU2500
BFTX0409IP| 3.0 SUMI-P Ductile — |G| 80-150-200{0.10 - 0.20 - 0.30| ACK2000
WEZR 17063RS5727203 Cast Iron ACK3000
WEZR 17063RS5727204 BX1265 ACU950
WEZR 17080RS5627Z05 TRORSP|  — - ) ACS1000
WEZR 17080RS5632205 BX1660 e | = |e| 40- s0- 60/010-0.20- 030/ ACZE0S
s
Identification Code Aluminum |Si < 12.6%| S| 300 - 500 - 800/0.05 - 0.10 - 0.15| p 2000

Alloy |51 >12,6%|S]| 100 - 200 - 250/0.05 - 0.10 - 0.15|H20

WEZR 17 050 R § 29 22 Zo4 ‘The cutting conditions above are a guide. Actual conditions will need to

be adjusted according to machine rigidity, work clamp rigidity, depth of

Series Code Insert Dia. Feed Metric  Max. Mounting Effective
K . cut and other factors.
Size Direction  Bore  Depth of .H°|e No. of Teeth ‘There may be cases where machining cannot be performed under
Cut Diameter recommended cutting conditions, depending on the machine rigidity and

work rigidity.

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

/7 Modify the C chamfering portion.

WEZ17 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMTI170524PEER)
Corner radius = 3.0: C1.5
(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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W E Z R 1 70 O O RS type o~ P K'N m§my

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| [N] [P]
Process| Medium Cutting |&| @] [[@] MMM E O O
Roughing B @ -
8888888888 o 8 g Comer
Cat. No. QRIRISWVISISIRISI2 & K| 8 | ™ Fig

2/8/5(5|8(81818|5|5| T |8| & |
NI I <<

AOMT 170502PEER-L Qo — — @ A A — — 0.2 |1
170504PEER-L o — |0 000 0 A A — — [ ) 04 |1
170508PEER-L o |0 00 0 0 A A — [ ] 0.8 |1
170512PEER-L o — = @ A A = = 1.2 |1
170516PEER-L @ — — @ A A — — 1.6 |1

AOMT 170502PEER-G [ ) [ ) o0 0 0 A A i = 0.2 |1
170504PEER-G [ ] [ ) ® 0 0 0 A A — — [ ) 04 |1
170505PEER-G [ ) @ A A — — 05 |1
170508PEER-G [ ] [ ) Q0 0 0 A A — — [ ] 0.8 |1
170510PEER-G [ ) @ A A — = 1.0 |1 o
170512PEER-G [ ] @ o0 0 0 A A — — 1.2 |1 E
170516PEER-G o [ ) o0 0 0 A A = = 1.6 |1 ) 2
170520PEER-G e o (e0o00aa — | — 20 1| Fig?
170524PEER-G* | @ @ AlA — | — 24 |1 ! RE g
170530PEER-G* [ ] [ ) o0 0 0 A A — — 3.0 |1 1 : —
170532PEER-G* |@| |@ 000 A A — |- 32 |1 2 ‘ )VR
170540PEER-G* | @ (] ® 0 0 0 A A — | — 40 |1 i ¥
170550PEER-G* o [ ) ® 00 0 A A = 50 |2 19.5 5.5
170564 PEER-G* [ ) @ A A — — 6.4 |2

AOMT 170504PEER-H o000 0 0o 0 0 A A = = = 04 |1 Eﬁ
170508PEER-H [ X 2K AN 2K 3K BK JK BN\ — — — 0.8 |1
170512PEER-H [ ) @ A A — = = 1.2 |1 Fig 2
170516PEER-H ) @ AlA| — | — — 16 |1 9 -

AOET 170502PEER-F o — — — = = = 0.2 |1 _ : ~
170504PEER-F o — — @ — — — — 04 |1 g i
170505PEER-F Ol= = — - |=] = Jos|1| 2 % = S}g
170508PEER-F @ — — o — — — — 0.8 |1
170510PEER-F o — — — = = = 1.0 [1 18.0 | 5.2
170512PEER-F e —| |— e — - | = — 12 |1
170516PEER-F o — = o — = = = 1.6 |1
170520PEER-F o — — @ — — — — 20 |1 Eﬁ
170524PEER-F* e —| |- — - | = — 24 |1
170530PEER-F* @ — — o — — — — 3.0 |1
170532PEER-F* o — — O|= = = = 3.2 |1
170540PEER-F* e —| |- e — — | = — 40 |1
170550PEER-F* o — = = = = = 50 |2
170564 PEER-F* Qo — — — — — — 6.4 |2

AOET 170502PEFR-S =|=|=|=|=|=|=l=|=]|= [ ) [ ] = 0.2 |1
170504PEFR-S — === === === [ ] [ ] — 04 |1
170505PEFR-S el el el el el el el el el e [ ) [ ] — 05 |1
170508PEFR-S — === ===~ [ ] [ ] — 08 |1
170510PEFR-S =|=|=l=|=l=|=l=|=]|= [ ) [ ] = 1.0 |1
170512PEFR-S — === ===~ [ J (] — 1.2 |1
170516PEFR-S === =E=EEEEEETe e — 16 |1
170520PEFR-S — === === o [ ] — 2.0 |1
170524PEFR-S* el el el el el el el el el e [ ) [ ] — 24 |1
170530PEFR-S* — === ==]—|—]1—]—- ® | ® — 3.0 |1
170532PEFR-S* =|=|=l=|=l=|=l=|=I|= [ ) o = 3.2 |1
170540PEFR-S* — === ===~ [ J [ ] — 40 |1
170550PEFR-S* —|=l=l=l=|=l=|=|==] ® | ® — 50 |2
170564PEFR-S* —| === ==]—|—]—-]—- ® | @ — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -F: Medium Finishing, -S: Non-Ferrous Metals.
Use peripheral inserts with RE of 0.8mm or less from the second stage and above.

) . L . Precautions for Mounting Inserts 1€~ P49
* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iterm) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WEZR 11000E type PIMKINS

fi61on oo, g @ <o

Shoulder Milling ~ Groove Milling  Side Milling

Fig 1 Fig 2
= =
O (@)
i 6\() [0 % ° %
pool )y
I % APMX
LF LH
LF
E BOdy (Shank type) Dimensions (mm)
= Dia. Max. Depth of Cut Shank Head Overall Length Total NO. NO. Of Effective Welght .,
ez, Ve & DC | APMX | DMM LH LF  |of Teeth| Stages |No.of Teeth (kg) |9
WEZR 11020E1920202 (@ 20 19(18) 20 30(29.7) [110(109.7) 4 2 2 0.22 |1
11020E3620Z201 |©® 20 36(35) 20 45(44.7) |125(124.7) 4 4 1 0.24 1
11025E2725202 @ 25 27(26) 25 40(39.7) [130(129.7) 6 3 2 0.41 1
11025E3625202 @ 25 36(35) 25 50(49.7) |140(139.7) 8 4 2 0.42 1
11030E5325202 (©® 30 53(52) 25 65(64.7) |155(154.7) 12 6 2 0.52 2
v 11032E3632202 @ 32 36(35) 32 50(49.7) [140(139.7) 8 4 2 0.74 1
= 11032E3632203 (©® 32 36(35) 32 50(49.7) |140(139.7) 12 4 3 0.71 1
o 11032E5332202 © 32 53(52) 32 70(69.7) [160(159.7) 12 6 2 0.90 1
11035E5332203 @ 35 53(52) 32 65(64.7) |155(154.7) 18 6 3 0.88 2
11040E4432203 @ 40 44(43) 32 60(59.7) [150(149.7) 15 D) 3 0.87 2
11040E4432204 (© 40 44(43) 32 60(59.7) |150(149.7) 20 5 4 0.85 2
11040E6132203 | @ 40 61(60) 32 75(74.7) [165(164.7) 21 7 3 0.95 2
The APMX, LH and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. Inserts are sold separately.
Parts Recommended Cutting Conditions
Flat Insert Screw |Wrench |Atieizre (rean Work & | Cutting Speed ve (m/min)| Feed Rate z (mm/t) | Insert
50 Material |Harcness | &y “optimum- o vin.- Optimum- Max| Grace
@ @ /ﬂ % Carbon | < 280HB|G| 80-150-200/0.08-012-0.20(, oo
Steel | > 280HB|G| 80-100-120{0.08 - 0.12 - 0.20| ACP2000
BETX03061P | 1.5 | TROROSIP| SUMI-P Alloy Steel | < 280HB |G| 80- 150 - 180/0.08 - 0.12 - 0.20] “**°%°
. i
Identification Code M Stsat'g'(jss < 280HB |G| 80-120-160/0.08-0.12-0.20 3%%%280808

WEZR 11 032 E 36 32 Z202 g e

Series Code Insert Dia. Shank  Max. Shank Effective ngtcﬂ’lc?n B G| 80-150-200/008-012-0.20 ﬁ%§§888
Size type  Depthof Dia. No. of Teeth ACU2500
- e
xotic
Alloy — G| 40- 50- 60|0.08-0.12-0.20| 533500
ACM200
ACM300

Aluminum |Si<12.6%| S| 300 - 500 - 800|0.05 - 0.10 - 0.15| p 2000
Alloy |51 >12,6%| 5| 100 - 200 - 250/0.05 - 0.10 - 0.15| H20

-The cutting conditions above are a guide. Actual conditions will need to
be adjusted according to machine rigidity, work clamp rigidity, depth of
cut and other factors,

‘There may be cases where machining cannot be performed under
recommended cutting conditions, depending on the machine rigidity and
work rigidity.

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ11 type

Reworking guidelines

Corner radius = 2.4: Cl
(AOMTNT324PEER)

Corner radius = 3.0: C2.5
(AOMTNIT330PEER)

Corner radius = 3.2: C2.5
(AOMTNT332PEER)

Standard: R1.

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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W E Z R 11 O O o E type o P KN Ex<§my

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| [N] [P]
Process| Medium Cutting || |[@] [ MMM O O
Roughing Q @ -
8 8 8 8 8 8 8 8 8 8 o 8 g Comer
Cat. No. QRIRISWVISISIRISI2 & K| 8 | ™ Fig

2/8/5(5|8(81818|5|5| T |8| & |
|| || < | << << <

AOMT 11T302PEER-G ([ J [ J ® 00 0 A A — o 02 |1
11T304PEER-G ® 00 0 e o o o A A — o 0.4 |1
11T305PEER-G (] @ A A — 05 |1
11T308PEER-G ® 00 00 0 0 o A A = ([ J 08 |1
11T310PEER-G ([ J ® A A — — 1.0 |1
11T312PEER-G (] [ J ® 00 0 A A — 1.2 |1
11T316PEER-G o [ J ® 0 0 0 A A — — 1.6 |1
11T320PEER-G ([ J [ J ® 0 0 0 A A — — 20 |1
11T324PEER-G* [ J ® A A — — 2.4 |1
11T330PEER-G* () o ® 0 0 0 A A — — 3.0 |2
11T332PEER-G* () ® A A — — 3.2 |2 ]

AOMT 11T304PEER-H |© @@ (@ ®(®(®(® A[A| — | | — | 04 [1]| Fio7 RE
11T308PEER-H ® 00 00 o o o A A — — — 08 |1 B —
11T312PEER-H ([} @ A A — — = 1.2 |1 0 —
11T316PEER-H ® O AA — — 16 |1 ~ \J L& X

AOET 11T302PEER-F o — — o — - = = 02 |1 - é
11T304PEER-F o — — o — — — 04 |1 12.8 3.6 @)
11T305PEER-F o — = = = = = 0.5 |1 ‘
11T308PEER-F o — — o — — — — 08 |1
11T310PEER-F e — — — — — 1.0 |1 Eﬁ
11T312PEER-F o — — o — — — — 1.2 |1 Fig 2
11T316PEER-F e —| |- - = | = — 16 |1 9 RE
11T320PEER-F e — — @ — — — 20 |1 .
11T324PEER-F* o — — = = = = 2.4 |1 )
11T330PEER-F* (@ |—| |— o — - | = - 30 |2 © Z )yg
11T332PEER-F* o — — — = = = 32 |2 f

AOET 11T302PEER-P20 (@ | — — — — — — 02 |1 12.2 3.4
11T304PEER-P20 | @ | — — - = = = 04 |1
11T305PEER-P20 o — — — — — 05 |1
11T308PEER-P20 (@ | — = = = = = 0.8 |1 Eﬁ
11T310PEER-P20 | @ | — — — — — — 1.0 |1
11T312PEER-P20 | @ |— — — = = = 1.2 |1

AOET 11T302PEER-P25 (@ | — — — — — — 02 |1
11T304PEER-P25 |@ | — — — = = = 04 |1
11T305PEER-P25 o — — — — — 05 |1
11T308PEER-P25 (@ | — = = = = = 0.8 |1
11T310PEER-P25 |@ | — — — — — — 1.0 |1
11T312PEER-P25 | @ |— — — = = = 1.2 |1

AOET 11T302PEFR-S — ===~ @ o — 02 |1
11T304PEFR-S — === === === ® () — 04 |1
11T305PEFR-S — === ===~ ([ J o — 0.5 |1
11T308PEFR-S =|=|=|=|=|=|=|=]=|=| O [ = 0.8 |1
11T310PEFR-S — ===~ @ o — 1.0 |1
11T312PEFR-S — === === === ([ J o — 1.2 |1
11T316PEFR-S — === ® ([ — 1.6 |1
11T320PEFR-S — === ® ([ - 20 |1
11T324PEFR-S* — === ===~ ([ J o — 24 |1
11T330PEFR-S* =|=|=|=|=|=|=|=]=|=| O [ = 3.0 |2
11T332PEFR-S* — === @ [ ) — 3.2 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, -P20/-P25: High-precision Machining,

-Si Non-Ferrous Metals. Precautions for Mounting Inserts I€~ P49

*-P20 is applicable to cutter diameter @20. -P25 is applicable to cutter diameter @25.
Use peripheral inserts with RE of 0.8mm or less from the second stage and above.
* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iterm) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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Pyl K N

Steel

S

NELINEE S Cast Iron = Non-Ferous Metel 5 Exotic Alloy

WEZR 17000E type
Bl § @ <

Shoulder Milling ~ Groove Milling  Side Milling

10°to12°

Fig 1
=
Q s
e >
[ L °
APMX
LH
LF
N
w BOdy (Shank type) Dimensions (mm)
3 Cat. No Gkl R | Jepmorur) o Snen Head Overall Length | Total No.| No. of | Effective | Weight Fi
e DC APMX | DMM LH LF of Teeth| Stages |No.of Teeth (kg) |™9
WEZR 17040E2932Z03 | @ 40 29(28) 32 45(44.3) |135(134.3) 6 2 3 0.75 1
17040E4332Z02 (@ 40 43(42) 32 60(59.3) |150(149.3) 6 3 2 0.86 |1
17050E5742Z03 @ 50 57(56) 42 75(74.3) |165(164.3) 12 4 3 1.58 1
17050E8442Z02 (@ 50 84(83) 42 105(104.3)|195(194.3) 12 6 2 1.94 1
The APMX, LH and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. Inserts are sold separately.
X
‘;% Parts Recommended Cutting Conditions
! Flat Insert Screw |Wrench At (rean ol Work & | Cutting Speed ve (m/min) | Feed Rate 2 (mm/t)| Insert
Material EIIIESS 2| Min. - Optimum - Max. | Min. - Optimum - Max.| Grade
@ @ /ﬂ % Carbon | < 280HB|G| 80-150-200/010-0.20-0.30| , ;5500
Steel | >280HB|G| 80-100-120/0.10 - 0.20 - 0.30| ACP2000
BETX04001P | 3.0 |TRDRISIPl SUMI-P Alloy Steel | < 280HB |G| 80-150-180(0.10 - 0.20 - 0.30| *°**°
ACU2500
Stain ACS1000
Identification Code M| >'tee” | < 280HB|G| 80-120-160/0.10-0.20-030 gé%%gogog
ACM300
WEZR 17 040 E 29 32 203 Cast Iron/ ACU2500
Series Code Insert Dia. Shank  Max. Shank  Effective No. ngﬁ;'& N G| 80-150-200/010-0.20-0.30 ﬁEE%BBB
Size type  Depth of Dia. of Teeth ACU2500
Cut ) ACS1000
AT — |G| 40- 50- 60[0.10-0.20-0.30| 3523290
ACM200
ACM300
Aluminum |Si <12.6%| S| 300 - 500 - 800/0.05 - 0.10 - 0.15| p 2000
Alloy  [Si>12.6%|S| 100 -200 - 250/0.05 - 0.10 - 0.15|H20

cut and other factors.
‘There may be cases where machining cannot be performed under

recommended cutting conditions, depending on the machine rigidity and
work rigidity.

‘The cutting conditions above are a guide. Actual conditions will need to
be adjusted according to machine rigidity, work clamp rigidity, depth of

Reworking guidelines
Corner radius = 2.4: C1
(AOMT170524PEER)

Corner radius = 3.0: C1.5

(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

v

Modify the C chamfering portion.

WEZ17 type

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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SEC-WaveMill

W E Z R 1 70 O O E type " P K'N m§my

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| [N] [P]
Process| Medium Cutting |&| @] [[@] MMM E O O
Roughing Q @ -
s1818/8|1818(8/18|8|8|] o |8 S | comer
Cat. No. QRIRISWVISISIRISI2 & K| 8 | ™ Fig

3158155881855 - Bl & | RE
| ||| < || << |<C| <

AOMT 170502PEER-L o |- o(A[A] — | — 02 |1
170504PEER-L oo 0000 aA — | — ° 04 |1
170508PEER-L o o 0000 AA — ° 08 |1
170512PEER-L e —| |— @ AlA — | — 12 |1
170516PEER-L e |- O AlA — | — 16 |1

AOMT 170502PEER-G o o ejej@@ala] — | — 02 |1
170504PEER-G o000 0000 A A — | ° 04 |1
170505PEER-G ° @ AlA| — | — 05 |1
170508PEER-G o000 0000 A A — | ° 08 |1
170510PEER-G ° @ AA — | — 10 |1
170512PEER-G o o o000 A A — | — 12 |1
170516PEER-G o o o000 aA — | — 16 |1 ,
170520PEER-G o o o000 A A — |- 20 1| Fig?
170524PEER-G* | @ O AlAl — | — 24 |1 ! RE g
170530PEER-G* |@| @ (@ @/ ® ®| A A — | — 30 |1 in : — ~
170532PEER-G* |@| |@ 000 A A — |- 32 |1 2 ‘ )VR §
170540PEER-G* | @ (] ® 0 0 0 A A — | — 40 |1 i ¥ n
170550PEER-G* o [ ) ® 00 0 A A = 50 |2 19.5 5.5
170564PEER-G* | @ @ AA| — | — 64 |2

AOMT 170504PEER-H o o000 00aA — |- — 04 |1 Eﬁ
170508PEER-H o000 0000 AA — | — 0.8 |1
170512PEER-H ° @ AA — | — — 12 1] Lo
170516PEER-H ) O AA — | — — 16 |1 9 -

AOET 170502PEER-F o —| |[— - = | = — 02 |1 . ‘ .y
170504PEER-F o — |- e — — | = — 04 |1 e .
170505PEER-F Ol= = — - |=] = Jos|1| 2 % = S}g
170508PEER-F o —| |— = — | = — 0.8 |1
170510PEER-F e —| |- - = | = — 1.0 |1 180 | 5.2
170512PEER-F o |- o — — | = — 12 |1
170516PEER-F o —| |— = = | = — 16 |1
170520PEER-F o |- e — — | = — 20 |1 Eﬁ
170524 PEER-F* e —| [— — — | = — 24 |1
170530PEER-F* o —| |— = — | = — 3.0 |1
170532PEER-F* e —| |- o — = | = — 32 |1
170540PEER-F* o |- = - | = — 40 |1
170550PEER-F* o —| |— — = | = — 50 |2
170564PEER-F* o —| |— — — | = — 64 |2

AOET 170502PEFR-S —|=T=1=1=1=1=1=1=1-1 ® | ® — 02 |1
170504PEFR-S —| === |=|=]=|==- ® | ® — 04 |1
170505PEFR-S —I=|=l=l=l=l=l=l=]=-] ® | ® - 05 |1
170508PEFR-S —| === === ® | ® — 08 |1
170510PEFR-S —|=l=l=|=|=|=l=|=|-] ® | ® — 1.0 |1
170512PEFR-S — === |=|==]==]-] ® | ® — 12 |1
170516PEFR-S —|=l=l==|=]===|- ® | ® = 16 |1
170520PEFR-S —| === |=|=|=|=|=|-| ® | ® — 20 |1
170524PEFR-S* —I=|=l=l=l=l=l==]=] ® | ® - 24 |1
170530PEFR-S* —| === === ® | ® — 30 |1
170532PEFR-S* —|=l=l=|=|=|=l=|=|-] ® | ® — 32 |1
170540PEFR-S* — === == =]=-]-] ® | ® — 40 |1
170550PEFR-S* —|=l=l==|=|=|=|=|- ® | ® = 50 |2
170564PEFR-S* —| === === - ® | ® — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -F: Medium Finishing, -S: Non-Ferrous Metals.
Use peripheral inserts with RE of 0.8mm or less from the second stage and above.

) . L . Precautions for Mounting Inserts 1€~ P49
* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iterm) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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SEC-
WEZ 1TTO0O0M type "5 PIMKINS
orley| @ <

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig1
[:L”L CRKS
e} gl = .
fal S Q %% T
LF LS2
OAL
I Head Dimensions (mm)
%f, Dia. Boss Mounting Dia. Screw Overall Length | Effective Length | Length Flat Width W | h .
Cat. No. S| DC |DCSFMS| DCON | CRKS | OAL LF LS2 | L11 H 0“}”%22?; Fkg)t Fig
WEZ 11016M08Z2 | @ 16 14.5 8.5 M8 42(41.7) | 25(24.7) 5 8 13 2 0.03 |1
11018M0822 | @ 18 14.5 8.5 M8 42(41.7) | 25(24.7) 5 8 13 2 0.03 |1
11020M10Z22 | @ 20 18.0 10.5 M10 49(48.7) | 30(29.7) 5 8 15 2 0.06 |1
11020M1023 | @ 20 18.0 10.5 M10 | 49(48.7) | 30(29.7) 5 8 15 3 0.05 |1
11022M10Z3 | @ 22 18.0 10.5 M10 49(48.7) | 30(29.7) 5 8 15 3 0.06 |1
11025M1222 | @ 25 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 2 0.11 |1
11025M12Z3 | @ 25 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 3 0.10 |1
11025M1224 | @ 25 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 4 0.10 |1
11026M12Z4 | @ 26 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 4 0.10 |1
11026M1225 @ 26 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 5 0.09 |1
= 11028M1224 | @ 28 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 4 0.11 |1
% 11028M12Z5 (@ 28 23.0 12.5 M12 56(55.7) | 35(34.7) 5 10 19 5 0.10 |1
g 11030M16Z2 | @ 30 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.20 |1
11030M16Z4 | @ 30 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.19 |1
11030M16Z5 | @ 30 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.17 |1
11032M1622 | @ 32 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.22 |1
11032M16Z23 | @ 32 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 3 0.20 |1
11032M16Z4 | @ 32 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.20 |1
11032M16Z5 | @ 32 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.19 |1
11035M16Z2 | @ 35 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.24 |1
11035M16Z5 | @ 35 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.22 |1
11040M1622 | @ 40 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.28 |1
11040M1624 | @ 40 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.26 |1
11040M16Z5 @ 40 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.26 |1
11040M16Z6 | @ 40 28.5 17 M16 63(62.7) | 40(39.7) 5 10 24 6 0.25 |1
The OAL and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. Arbors I€°P44
When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.
Inserts are sold separately.
Parts Identification Code

| Flat Insert Screw |Wrench | At e W E Z 11 01 6 M 08 Z 2
Appllcable Cutter @ @ / % Series Code Insert Dia. Mounting Number
Size Screw Size  of Teeth

WEZ11016M08272, WEZ11018M08Z2|BFTX0305IP
WEZ11020M10Z2 to WEZ11040M16Z6 BFTX0306IP

1.5 | TRDROSIP |SUMI-P

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ11 type

Reworking guidelines

Corner radius = 2.4: Cl
(AOMTT324PEER)

Corner radius = 3.0: C2.5
(AOMTNIT330PEER)

Corner radius = 3.2: C2.5
(AOMTNT332PEER)

Standard: R1.

Nm Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-
WEZ 1T1000M e o M B L B
type Tool EXPans Steel | TTITRT | Cast Iron | Narferoishet | Exotic Alloy

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting | 8] [MAte M4 [N] [P]
Process| Medium Cutting |&&| |[@] |3 MM ©O [N]
Roughing & O @ - 4
318(818(8/8|8(8|8|8| o 8 S Corner
Cat. No. RIRIRIRIBICILIRIYIN| & Q 2 Radius |jq
ool0a(e|8l8|8|8] T |8 & | R
I C|<C|<C| << || <C | <
AOMT 11T302PEER-G o (o @000 Alal — ® 02 |1
11T304PEER-G 00000000 AA — — ® 04 |1
11T305PEER-G ° @ A Al — - 05 |1
11T308PEER-G 00000000 AA — — ® 0.8 |1
11T310PEER-G ° O AAl — — 10 |1
11T312PEER-G o (0o 0000 A — - 12 |1
11T316PEER-G o @ o000 AA -— — 16 |1
11T320PEER-G o 0 o000 As — — 20 |1
11T324PEER-G* | @ @O A A — - 24 |1
11T330PEER-G* () o 0 0 0 A A = = 3.0 |2
11T332PEER-G* |@ O A Al — — 32 |2
AOMT 11T304PEER-H o o000 000Aa — — = 04 |1
11T308PEER-H 0000000 AA — — — 0.8 |1
11T312PEER-H ° @ AA — — — 12 |1 Fig1
11T316PEER-H ® @ AA — — — 1.6 |1 ﬁ
AOET 11T302PEER-F e —| [— o — — — — 02 |1 ~
11T304PEER-F e —| |— o — — — — 04 [1]| =@ =\
11T305PEER-F °o—| |- - - | = = 05 [1] &%Loo
11T308PEER-F o —| |— o — — — — 0.8 |1 128 - 0
11T310PEER-F e —| |— — — — — 10 |1 ‘ ' s
11T312PEER-F | |— o — — — — 12 |1 3
11T316PEER-F o —| |- - - =] = 16 |1 = s
11T320PEER-F e —| |- o — — — — 20 |1
11T324PEER-F* o |- - — — - 24 1] Fig2
11T330PEER-F* | |— o — — — — 30 |2 RE
11T332PEER-F* e | |— = = = - 32 |2 ~
AOET 11T302PEER-P16 |@|—| |— — — — — 02 [1] = @ )T
11T304PEER-P16 (@ |—| |— — - | = — 04 |1 s}
11T305PEER-P16 |@|—| |— — — — — 05 |1 f
11T308PEER-P16 |@|—| |— - = | = — 0.8 |1 12.2 3.4
11T310PEER-P16 |@|—| |— — — — — 10 |1
11T312PEER-P16 |@|—| |— — — — — 1.2 |1 Eﬁ
AOET 11T302PEER-P20 |@|—| |— — — — — 02 |1
11T304PEER-P20 |@|—| |— — — — — 04 |1
11T305PEER-P20 |@|—| |— — — — — 05 |1
11T308PEER-P20 |@|—| |— - — — — 08 |1
11T310PEER-P20 |@|—| |— — — — — 10 |1
11T312PEER-P20 |@|—| |— = - - - 12 |1
AOET 11T302PEER-P25 |@|—| |— — — — — 02 |1
11T304PEER-P25 |@|—| |— — — — — 04 |1
11T305PEER-P25 |@|—| |— - — — — 05 |1
11T308PEER-P25 |@|—| |— - — — — 08 |1
11T310PEER-P25 |@|—| |— — — — — 10 |1
11T312PEER-P25 |@|—| |— = - = - 12 |1
AOET 11T302PEFR-S —=[=[=1=1=1=1=1—]-] ® ° — 02 |1
11T304PEFR-S —=|=|=|=|=l=|=]=]- e ° — 04 |1
11T305PEFR-S — === ]=]==]=]—]-] @ ® — 05 |1
11T308PEFR-S — === |=|=l=]=]=]- @ ° — 0.8 |1
11T310PEFR-S —|—=|=|=|=]=l=]=]=]- @ ° — 1.0 |1
11T312PEFR-S — === ]=]==]=]-]- @ ) — 12 |1
11T316PEFR-S e e e e B e B Y Y I ) ° — 16 |1
11T320PEFR-S —=|=|=|=|=l=|=]=]= e ° — 20 |1
11T324PEFR-S* — === ]=]==]=]—]- @ ® — 24 |1
11T330PEFR-S* —=|=|=|=]=l=]=]=]- @ ° — 30 |2
11T332PEFR-S* e e e e e e B e e e . ° — 32 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€ P7
-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

* -P16 is applicable to cutter diameters 214, 916.
-P20 is applicable to cutter diameters 918 and 220.
-P25 is applicable to cutter diameters @25 and 228.

* marked inserts require modification of the cutter body.

Precautions for Mounting Inserts 1€ P49

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iter) A\ mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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SEC-
WEZ 17000M type "o PIMKINS
15moley| @ <

Face Milling ~ Shoulder Milling  Groove Milling Ramping Profiling Side Milling  Plunge Milling  Helical Milling

Fig 1
L11
1 "—" CRKS
M g
g 3 & T
5 8
LF LS2
OAL
I Head Dimensions (mm)
% Dia. Boss Mounting Dia. Screw Overall Length | Effective Length|  Length Flat Width Number We| ht .
Cat. No. 2 DC DCSFMS | DCON CRKS OAL LF LS2 L11 H  |of Teeth (kg) Fig
WEZ 17025M1222 @ 25 23.0 12.5 M12 56(55.3) | 35(34.3) 5 10 19 2 0.08 |1
17025M1223 @ 25 23.0 12.5 M12 56(55.3) | 35(34.3) 5 10 19 3 0.07 |1
17028M12Z2 @ 28 23.0 12.5 M12 56(55.3) | 35(34.3) 5 10 19 2 0.10 (1
17030M16Z22 @ 30 28.5 17 M16 | 63(62.3) | 40(39.3) 5) 10 24 2 0.17 |1
17030M1623| @ 30 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 3 015 |1
17032M16Z2 @ 32 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 2 0.19 (1
17032M1623| @ 32 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 3 0.16 |1
17032M1624 @ 32 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 4 0.14 |1
17035M16Z2 @ 35 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 2 0.21 |1
17035M16Z23 @ 35 28.5 17 M16 | 63(62.3) | 40(39.3) 5 10 24 3 0.19 |1
= 17040M16Z2 @ 40 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 2 0.25 |1
% 17040M16Z3 @ 40 28.5 17 M16 63(62.3) | 40(39.3) 5) 10 24 3 0.23 (1
g 17040M16Z4 © 40 28.5 17 M16 63(62.3) | 40(39.3) 5 10 24 4 0.21 |1
The OAL and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. Arbors 1€ P44
When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.
Inserts are sold separately.
Parts Identification Code
Flat Insert Screw|Wrench | Atisiue (ren W E Z 1 7 o 2 5 M1 2 Z 2
Applicable Cutter @ @ / % Series Code Insert Dia. Mounting Number
Size Screw Size  of Teeth
WEZ17025M12Z72 to WEZ17030M16Z3 |BFTX04071P 3.0 |TRDR15IPISUMI-P

WEZ17032M16Z2 to WEZ17040M16Z4 [BFTX04091P * Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

Modify the C chamfering portion.

WEZ17 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMTI170524PEER)
Corner radius = 3.0: C1.5
(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

@ Recommended Tightening Torque (N'm) @ mark: Standard stocked item
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SEC-
WEZ 177000M ool o M B L B
type Tool E)(Paﬂs Steel | TTITRT | Cast Iron | Narferoishet | Exotic Alloy

Insert Dimensions (mm)

Grade Classification _ Coated Carbide CenentedCatite | DLC | Cermet
High-speed/Light Cutting [K] VIS [N] Q
Process| Medium Cutting |&&| |[@] |3 MMM © [N}
Roughing & @ @ A
@D
sisisiglglglelglsls] o (8] & e
Cat. No. SISRS(B|2|NR S & |&| B | ™ Fig
ololagle|g8|8|8|5] T || & | F
I I I|z||I|I|<|<|<
AOMT 170502PEER-L o — — ® AA — — 0.2 |1
170504PEER-L o |0 00 0 0 A A — — [ ) 04 |1
170508PEER-L o |0 @000 A A — — [ ) 0.8 |1
170512PEER-L @ ® AA — — 1.2 |1
170516PEER-L Qo — — QA A — — 1.6 |1
AOMT 170502PEER-G [ ) [ ) ® 000 A A — — 0.2 |1
170504PEER-G [ ) (] @000 A A — — [ ) 04 |1
170505PEER-G o @ AA — — 05 |1
170508PEER-G o000 0 000 A A — — [ ) 0.8 |1
170510PEER-G o @ AA — = 1.0 |1
170512PEER-G [ ) (] ® 0 00 A A — — 1.2 |1
170516PEER-G [ ) @ ® 000 A A — = 1.6 |1
170520PEER-G [ ) (] ® 0 00 A A — — 20 |1
170524 PEER-G* o @ AA — = 24 |1
170530PEER-G* [ ) (] @0 0 0 A A — — 3.0 (1
170532PEER-G* [ ) [ ) o000 A A = — 32 |1
170540PEER-G* [ ) (] o000 A A — — 40 |1
170550PEER-G* [ ) [ ) o000 A A = = 50 |2 )
170564PEER-G* | @ ® A A — — 6.4 | 2| Fig1 RE
AOMT 170504PEER-H o000 0 0 0 0 A A — — = 04 |1 o
170508PEER-H ® 0000000 AA — — — 0.8 |1 o = &
170512PEER-H [ ) ® AA = = = 1.2 |1 =) ‘ =
170516PEER-H | @ ®AA — |- — 1.6 |1 ) &
AOET 170502PEER-F o — — — = = = 0.2 |1 19.5 5.5
170504 PEER-F o — — o — — — — 04 |1 :
170505PEER-F Qo — = = = = = 05 |1
170508PEER-F o — — ® — — — — 0.8 |1 Eﬁ?
170510PEER-F o — = = = = = 1.0 |1
170512PEER-F o —| |— o — - | - — 12 [1]  Fig2
170516PEER-F e —| |— o — — — — 16 |1 RE
170520PEER-F o | |— o — - | - = 20 |1 0 ™
170524 PEER-F* @ — = = = = = 24 |1 Q —
170530PEER-F* (@ —| |— o — - =] - 30 |1 S E%[?%
170532PEER-F* e —| |- o — - | = = 32 |1 18.0 5.2
170540PEER-F* o — — ® — — — — 4.0 |1 j
170550PEER-F* |@|—| |— - — =] = 50 |2 ﬁ
170564 PEER-F* @ — — — — — — 6.4 |2
AOET 170502PEER-P25 Qo — = = = = = 0.2 |1
170504PEER-P25 o — — — — — — 04 |1
170505PEER-P25 Qo — — — — — — 0.5 |1
170508PEER-P25 o — — — — — — 0.8 |1
170510PEER-P25 Qo — — — = = = 1.0 |1
170512PEER-P25 @ — — — — — — 1.2 |1
AOET 170502PEER-P32 Qo — — — = = = 0.2 |1
170504PEER-P32 o — — — — — — 04 |1
170505PEER-P32 o — — — = = = 0.5 |1
170508PEER-P32 o — — — — — — 0.8 |1
170510PEER-P32 o — — — = = = 1.0 |1
170512PEER-P32 Qo — — — — — — 1.2 |1
AOET 170502PEFR-S — = === == === o o = 0.2 |1
170504PEFR-S — === === == [ ) [ ] — 04 |1
170505PEFR-S it et Bttt Bl et Bt Bt @ [ ] — 05 |1
170508PEFR-S — === === == [ ) (] — 0.8 |1
170510PEFR-S — === === === @ [ ] = 1.0 |1
170512PEFR-S — === === === [ ) (] — 1.2 |1
170516PEFR-S — === === === o [ ] = 1.6 |1
170520PEFR-S il el el et et Rl et el el [ ) o — 20 |1
170524 PEFR-S* =|=|=|=|=|=l=|=|=]= [ ) [ ] = 24 |1
170530PEFR-S* ol el el et et el el el Bl [ ) [ ] — 30 (1
170532PEFR-S* =|=|=|=|=|=|=|=|=]= [ ) o = 32 |1
170540PEFR-S* ol el et el et el et et Bl [ ) o — 4.0 |1
170550PEFR-S* =|=|=|=|=|=l=|=|=]= [ ) [ ] = 50 |2
170564 PEFR-S* — === === [ ) [ — 6.4 |2
-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Maximum Allowable Spindle Speed 1€ P8
-F: Medium Finishing, Precautions for Mounting Inserts 1€ P49

-P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.
* -P25 is applicable to cutter diameters 925 and 228. -P32 is applicable to cutter diameters 930, 832 and 935.
* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iter) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WEZR 1TTOO0OO0M type
el

<

Shoulder Milling ~ Groove Milling  Side Milling

SEC-
Modular

Tool

P Ld K N

S

Steel  NENERNEEIE Cast Iron | Norfermousetd | Exotic Alloy

Fig 1

=z
o
L1 crks &
: ¢
Q4 & %@} T
77 °
APMX LS2
LF
OAL
Head Dimensions (mm)
=5 | Diameter [Max. Depth of Cut Boss MountingDia.| ~ Screw  |Overall Length|Effective Length| Length Flat Width T()ta| N(). NO. of Effective Welght .
Cat. No. &| DC | APMX |DCSFMS| DCON | CRKS | OAL | LF | LS2 |L11| H |of Teeth|Stages|loaTett| (kg) |9
WEZR 11032M1627Z3 (@] 32 | 27(26) | 28.5 | 17 | M16 |73(72.7)|50(49.7)] 5 12 | 24 9 3 [ 3 10211

Parts
Flat Insert Screw |Integpeted Wrench|Anti-seizure Cream

S e/

BFTX0306IP| 1.5 |TRDRO8IP| SUMI-P

Identification Code

Sel

ries Code Insert
Size

The APMX, OAL and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 inserts. Inserts are sold separately.

Arbors 1€ P44

Dia.

WEZR 11 032 M16 27 Z3

Mounting Max. Effective
Screw Depth of No. of
Size Cut Teeth

Modify the C chamfering portion.

WEZ11 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMT1IT324PEER)

Corner radius = 3.0: C2.5
(AOMTNT330PEER)
Corner radius = 3.2: C2.5
(AOMTNT332PEER)

Standard: R1.

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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SEC-WaveMill

SEC-
WEZR 1T1000M type "% o PIKIN.S

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| 0
Process| Medium Cutting |&| @] [[@] MMM E O O
Roughing g @ -
SEEEEEEEEE -
Cat. No. (LQ 8 % 8 ,9) 8 m 8 g E ~ 8 8 Radius Flg
2|28l5l5|g|g 8lals| = (Al & | e
I || I || I|2|<|<
AOMT 11T302PEER-G [ ] ® ® 0 0 0 A A — - [ ] 02 |1
11T304PEER-G ® 000 0 o o 0 A A - (] 04 |1
11T305PEER-G ([ ] ® A A — 05 |1
11T308PEER-G ® 000 0 o 0 0o A A — - (] 0.8 |1
11T310PEER-G [ ] ® A A — - 1.0 |1
11T312PEER-G (] [ ® 0 0 0 A A — 1.2 |1
11T316PEER-G ([ ] [ ® 0 0 0o A A — — 1.6 |1
11T320PEER-G o [ ® 0 0 0 A A — 20 |1
11T324PEER-G* ([ ] ® A A — — 24 |1
11T330PEER-G* [ ] ([ ® 00 0 A A — — 3.0 |2
11T332PEER-G* [ J @ A A — — 3.2 |2 .
AOMT 11T304PEER-H ® 000 0 o 0 0o AA — — — 04 |1
11T308PEER-H ® 00 00 o o 0 A A - — — 08 |1
11T312PEER-H ([ ] @ AA — — - 1.2 |1
11T316PEER-H (] ® A A — — — 1.6 |1 Fig 2
AOET 11T302PEER-F o —| [— ®o— = = = 02 |1 9 RE
11T304PEER-F o — — o — — — — 04 |1 .
11T305PEER-F o — - — - — - 05 |1 ) 7
11T308PEER-F o |- ° - — | = — |os |[1] ©~ Z | g 0
11T310PEER-F o — - - — — - 1.0 |1 f
11T312PEER-F o — - o — — — — 1.2 |1 12.2 3.4 K]
11T316PEER-F o — - - - — — 1.6 |1 b
11T320PEER-F o — — @ — — — — 20 |1
11T324PEER-F* o — - - - — - 24 |1 Eﬁ
11T330PEER-F* o — — o — — — — 3.0 |2
11T332PEER-F* e — - - — — — 3.2 |2
AOET 11T302PEFR-S === === @ [ ] — 02 |1
11T304PEFR-S === === === @ [ ] - 04 |1
11T305PEFR-S ol el el el el |- @ [ ] — 05 |1
11T308PEFR-S === === @ [ — 08 |1
11T310PEFR-S === === @ [ ] — 1.0 |1
11T312PEFR-S === @ [ ] - 1.2 |1
11T316PEFR-S === ===~ @ [ ] — 1.6 |1
11T320PEFR-S === === == @ [ ] - 20 |1
11T324PEFR-S* o el el el el |- @ [ ] — 24 |1
11T330PEFR-S* === === === @ [ — 3.0 |2
11T332PEFR-S* — ===l @ [ ] - 3.2 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Precautions for Mounting Inserts 1€~ P49
-S: Non-Ferrous Metals.

Use peripheral inserts with RE of 0.8mm or less from the second stage and above.

* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iter) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabilty) Blank: Made-to-order item — mark: Not available
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SEC-WaveMill

WEZR 17000M type "o Pl KINLS

2910 ]gg0 G @ <o

Shoulder Milling ~ Groove Milling  Side Milling

Fig 1 z
'9 L1 S

l \EL /CRng

g
8 \ Lga 6@% T
D a
APMX LS2
LF
OAL
Head Dimensions (mm)
=5 | Diameter [Max. Depth of Cut Boss MountingDia.| ~ Screw  |Overall Length|Effective Length| Length Flat Width T()ta| N(). NO. of Effective We|ght .
Cat. No. &| DC | APMX |DCSFMS| DCON | CRKS | OAL | LF | LS2 |L11| H |of Teeth|Stages|loaTett| (kg) |9
WEZR 17040M1629Z3 @] 40 | 29(28) | 28.5 | 17 | M16 |80(79.3)|57(56.3)] 5 12 | 24 6 2 \ 3 0.29 |1
The APMX, OAL and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 inserts. Inserts are sold separately. Arbors I€°P44
Parts Identification Code

Flat Insert Screw |Integpeted Wrench|Anti-seizure Cream W E z R 1 7 0 4 O M1 6 2 9 Z 3
@ @ /ﬂ % Series Code Insert Dia. Mounting Max. Effective
Size Screw Size  Depth of No. of

BFTX0409IP | 3.0 |TRDR15IP| SUMI-P Cut Teeth

* Modification of the cutter body is required when
using inserts with corner radius RE 2.4 or larger.

/7 Modify the C chamfering portion.

WEZ17 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMTI170524PEER)
Corner radius = 3.0: C1.5
(AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

@ Recommended Tightening Torque (N-m) @ mark: Standard stocked item
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SEC-WaveMill

SEC-
WEZR 177000M ooor e M B L B
type Tool E)(Pans Steel | NITITET) Cast Iron [ oferous e H Exotic Aloy

Insert Dimensions (mm)
Grade Classification Coated Carbide (enerted e | DLC | Cermet
High-speed/Light Cutting] || |[d| |EA[M| |G| [N] [P]
Process| Medium Cutting & @] |[3 VAP NN
Roughing Q @ -
8888888888 o 8 g Comer
Cat. No. dI8RISIBISlam SRl & |&] B | Fig

2/8/5(5|8(81818|5|5| T |8| & |
| ||| < || << |<C| <

AOMT 170502PEER-L o |- o(A[A] — | — 02 |1
170504PEER-L oo 0000 aA — | — ) 04 |1
170508PEER-L o o 0000 AA — ° 08 |1
170512PEER-L e —| |- O AlA| — | — 12 |1
170516PEER-L e | |- O AlA — | — 16 |1

AOMT 170502PEER-G o (o |ojojej@lala] — | — 02 |1
170504PEER-G 0000000 AA — | — ° 04 |1
170505PEER-G ) O AlA| — | — 05 |1
170508PEER-G 0000000 AA — | — ° 08 |1
170510PEER-G ) O AlA| — | — 1.0 |1
170512PEER-G o 06 0000 A A — | — 12 |1
170516PEER-G o o o000 A A — |- 16 |1 ,
170520PEER-G o o o000 A A — |- 20 |1| Fig’
170524PEER-G* | @ O AlAl — | — 24 |1 ! RE g
170530PEER-G* @ |®@| @ ® ® ® A A — | — 3.0 |1 10 : —
170532PEER-G* | @ o 000 AA — | — 32 |1 2 ‘ )VR
170540PEER-G* | @ (] ® 0 0 0 A A — | — 40 |1 i ¥
170550PEER-G* o [ ) ® 00 0 A A = 50 |2 19.5 5.5
170564PEER-G* | @® O AlA| — | — 64 |2 >

AOMT 170504PEER-H o/o/0o/0oje/o/0oj0o/aA] — | — — 04 |1 &
170508PEER-H 0000000 AA — | — — 08 |1 Eﬁ §
170512PEER-H ) O AlA| — | — — 12 11 Lo >
170516PEER-H ) O AA — | — — 16 |1 9 -

AOET 170502PEER-F o—| [— — — | = — 02 |1 . ‘ ~
170504PEER-F e —| |- o - | - — 04 |1 e .
170505PEER-F Ol= = — - |- 05 [1| 2 % = S}g
170508PEER-F e —| |- o — | = — 08 |1
170510PEER-F o —| |- — = | = — 1.0 |1 180 | 5.2
170512PEER-F o —| |- o — - | - 12 |1
170516PEER-F e —| |- o — = |= — 16 |1
170520PEER-F e | |- o — | - — 2.0 |1 Eﬁ
170524PEER-F* e —| |— - — | = 24 |1
170530PEER-F* o —| |- o — | = — 3.0 |1
170532PEER-F* e —| |- o — - | = — 32 |1
170540PEER-F* o —| |— o — - | - 40 |1
170550PEER-F* e —| |- — = | = — 50 |2
170564PEER-F* o —| |— — — | = — 64 |2

AOET 170502PEFR-S —[=T=T=1T=1=1-1-1-1—-1 @ | @ — 02 |1
170504PEFR-S — === ===—1-]1-] ® | @ — 04 |1
170505PEFR-S —|=l===|=]=——- ® | ® — 05 |1
170508PEFR-S —| === === ® | ® 08 |1
170510PEFR-S —|=l=]=====-1-] ® | @ — 1.0 |1
170512PEFR-S —| === === —-- ® | ® — 12 |1
170516PEFR-S —|=l=l==|=]===|- ® | ® 16 |1
170520PEFR-S — === ====1—]1-] ® | @ — 20 |1
170524PEFR-S* —|=l=l==|=]==—- ® | ® — 24 |1
170530PEFR-S* —| === === ® | ® 3.0 |1
170532PEFR-S* —|=|=]=====-1-] ® | ® — 32 |1
170540PEFR-S* —| === === —-- ® | ® — 40 |1
170550PEFR-S* —|=l=l==|=|=|=|=|- ® | ® 50 |2
170564PEFR-S* —| === === - ® | ® 64 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Precautions for Mounting Inserts 1€~ P49
-F: Medium Finishing, -S: Non-Ferrous Metals.

Use peripheral inserts with RE of 0.8mm or less from the second stage and above.

* marked inserts require modification of the cutter body.

@ mark: Standard stocked tem @ mark: Standard stocked item (new product/expanded iterm) A mark: To be replaced by a new product, made to order, or discontinued (olease confirm stock availabity) Blank: Made-to-order item — mark: Not available
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SEC-

Special Arbors

BBT Integrated type - SEC-Modular Tools Special Arbors

Fig 1 LF
L6
LBX
L7 /_
© \\
O TINALT ] -
T - _L I 2
— O
<
Q
g AD\ L
ot 2 CRKS N
BBT Integrated Arbor Dimensions ()
5 Screw Hole Dia. External Dia. Body Overhan Length Thread Depth Overhan Coolant .
Cat. No. £l Crks DCB BD "o LBX 7 L Hole  |Fid
BBT30-M8-50 [ ] M8 8.5 15.9 72 50 18 97 Yes 1
M10-45 @ M10 10.5 19.9 67 45 20 97 Yes 1
M12-40 @ M12 12.5 24.9 62 40 22 97 Yes 1
M16-35 @ M16 17 31.9 57 35 24 97 Yes 1

*1: Overhang length for LF is with head mounted.
Can also be used with BT30 spindle machines.

SEC-Modular Tools - Special Arbors (Carbide Arbor/Steel Arbor)

Fig 1 CRKS
: 7
Carbide 5 | /( ______________________ | =
Arbor 2 ) — - d\’ ______ p— p—— — I
L4
L5
Steel LF2
Arbor
Cal’blde ArbOI’ Dimensions (mm) Steel Arbor Dimensions (mm)
Cat. No. § Screw g?: Shank g’:;: Depth TD}Z:S? Overhang Flg Cat. No. § Screw '—Dhijf Shank ?:f;i: Depth 'I'Dher:ta: Overhang Flg
&» | CRKS | DCB |DMM | LF2 L4 L5 | LF*? & | CRKS | DCB |DMM | LF2 L4 L5 | LF*?
MA15M08L120C |® M8 | 85| 15 |120| 10 | 18 |145|1| |MA16MO8L120S ®| M8 | 85| 16 |120| 10 | 18 | 1451
15M08L160C |® M8 | 8.5 15 [160| 10 | 18 | 185 |1 20M10L150S |@® M10/10.5| 20 |150| 10 | 20 |180 |1
16M08L120C |®| M8 | 8.5| 16 [120| 10 | 18 |145 |1 25M12L200S (@ M12|12.5| 25 [200| 10 | 22 2351
16M08L160C |®| M8 | 8.5| 16 [160| 10 | 18 /1851 32M16L200S (@ M16|17 | 32 |200| 10 | 24 |240]1
MA18M10L150C |® M10/10.5| 18 |150| 10 | 20 | 180 | 1
18M10L200C |@® M10|10.5| 18 [200| 10 | 20 | 2301 ies L
20M10L150C | ® M1010.5| 20 | 150 10 | 20 |1g0 1| l'dentification Code
20M10L200C |@® M10/10.5| 20 |200| 10 | 20 | 2301
MA23M12L200C |® [M12[12.5| 23 |200| 10 | 22 | 235 |1 MA 15 M08 L120 Q
23M12L250C |@® | M12|12.5| 23 |250| 10 | 22 |285|1| Series  Shank  Mounting  Arbor Overall  Arbor
25M12L200C |@® M12|12.5| 25 | 200| 10 | 22 | 2351 Code Dia.  Screw Size Length  Materials
25M12L250C |@® M12|12.5| 25 |250| 10 | 22 | 2851 o Sarbide
MA28M16L200C @ M16/17 | 28 | 200]| 10 | 24 | 240 |1 - Stee
28M16L300C |® M16(17 | 28 |300| 10 | 24 | 3401
32M16L200C @ M16(17 | 32 [200| 10 | 24 | 2401 - - .
32M16L300C |® M16/17 | 32 |300| 10 | 24 | 3401 @ Set Dimensions (*2)

Recommended Tightening Torque (N-m)

* Take care when tightening the head. LF (Dimensions of Head + Arbor)

- When mounting the head to an arbor, follow the standard
tightening torque in the table below.

- Check the mounting screw size for the head and arbor beforehand.

Screw | Regulated Tightening Toraue
Size (N-m)
M8 23
M10 46
M12 60
M16 80

@® mark: Standard stocked item
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SEC-WaveMill

WEZ series

B Application Examples (WEZ type)

Vertical Machining | Tool WEZ17032E03 | Single-Sicled, 2 Comers Vertical Machining | Tool WEZ17025E02 | Double-Sided, 4 Comers
Centre BT50 Grade ACU2500 — Centre BT40 Grade ACU2500 —
Chipbreaker G — Chipbreaker G —
Cutter Dia. (mm) 32 32 Cutter Dia. (mm) 25 25
Number of Teeth 3 3 Number of Teeth 2 2
ve (m/min) 75 75 vc (m/min) 120 120
vf (mm/min) 225 225 vf (mm/min) 300 300
fz (mm/t) 0.1 0. fz (mm/t) 0.066 0.066
ap (mm) 4 4 ap (mm) 9 9
ae (mm) 22 22 ae (mm) 5 5
Coolant Wet Wet Coolant Wet Wet
Drasticaly reduced cutting edge failure with the same The high chattering sound typical of thin workpieces
Results output, Cﬁntinuous Use pgssiblge, [onger tool Ife Results s gong, and stablegmachin‘\nygp enables longer tgo\ life
Steel S50C Machine Component Compettors Product
5-axis Control Tool WEZ11020M10Z3 | Single-Sided, 2 Corners Multi-tasking Tool WEZ11025E03 | Single-Siced, 2 Corners
Vertical Machining | Grade ACU2500 — Machine Grade ACU2500 —
Centre HSK-A100 | Chipbreaker G — Chipbreaker G —
Cutter Dia. (mm) 20 20 Cutter Dia. (mm) 25 25
Number of Teeth 3 3 Number of Teeth 3 3
ve (m/min) 72 72 vc (m/min) 157 157
vf (mm/min) 4,000 4,000 vf (mm/min) 300 300
fz (mm/t) 0.2 0.2 fz (mm/t) 0.05 0.05
ap (mm) 0.7 0.7 ap (mm) 5 5
ae (mm) 20 20 ae (mm) 3.5 3.5
— Coolant Dry Dry Coolant — —
Modular Stability without chatter even in groove No chattering with good wall surface accuracy, even with low
Tool Results milling zvith overhang of 120mm ?L/D=6) Results rigidity multstasking machines machining thir{-wa\led Parts.
Die Steel SKD11 (Mild Steel) Mold Component Competitor's Product Alloy Tool Steel SKT4 (45HRC) Machine Component Competitor's Product
Vertical Machining | Tool WEZ11020E03 | Double-Siced, 4 Comers Vertical Machining | Tool WEZ11022E03 |Single-Sided, 2 Corners
Centre BT40 Grade ACU2500 — Centre HSK-A63 | Grade ACU2500 —
Chipbreaker H — Chipbreaker G —
Cutter Dia. (mm) 20 20 Cutter Dia. (mm) 22 22
Number of Teeth 3 3 Number of Teeth 3 3
vc (m/min) 145 190 vc (m/min) 50 30
vf (mm/min) 1,035 3,000 vf (mm/min) 217 130
fz (mm/t) 0.15 0.35 fz (mm/t) 0. 0.1
ap (mm) 6.0 0.5 ap (mm) 3 3
ae (mm) 6.0 8.4 ae (mm) 22 22
Coolant Dry Dry Coolant Wet Wet

Ixefficiency in helical milling

Efficiency improved 1.7x, tool ffe improved 25

from Ra 4.]um

to Ra 0.7um

Results Improved surface quality and process integration Results Stable machining of 45HRC hardened steel is possiole
Vertical Machining | Tool WEZ17032EL03) Single-Sided, 2 Corners Ram-type Milling | Tool WEZ11022E03 | Single-Sided, 2 Corners
Centre BT50 Grade ACU2500 — Machine BT40 Grade T2500A —

Chipbreaker G — Chipbreaker G —

Cutter Dia. (mm) 32 32 Cutter Dia. (mm) 22 22

Number of Teeth 3 2 Number of Teeth 3 3

vc (m/min) 150 150 vc (m/min) 83 75

vf (mm/min) 671 447 vf (mm/min) 320 290

fz (mm/t) 0.15 0.15 fz (mm/t) 0.09 0.09

ap (mm) 1.25 1.25 ap (mm) 2.5 2.5

ae (mm) 32 32 ae (mm) 10 10

Coolant Wet Wet Coolant — —

Efficiency improved 1.5x, Improved machined surface quality and

Results quiet angstagle machining Results mapchining efficiency with ce?met grades
Autolathe Tool WEZ11020ES03-10 | Single-Sided, 2 Corners Multi-tasking Tool WEZ17032ES03-16 | Round type nsert (R5.0)

Grade ACU2500 — Machine Grade ACU2500 —

Chipbreaker G — Chipbreaker G —

Cutter Dia. (mm) 20 20 Cutter Dia. (mm) 32 32

Number of Teeth 3 3 Number of Teeth 3 3

ve (m/min) 250 190 vc (m/min) 220 160

vf (mm/min) 1,800 1,800 vf (mm/min) 1,770 1,670

fz (mm/t) 0.15 0.2 fz (mm/t) 0.27 0.35

ap (mm) 1 1 ap (mm) 3 3

ae (mm) 10 10 ae (mm) 12 12

Coolant Wet Wet Coolant Wet Wet

Results Surface roughness improved Results High rigidity and suppressed chattering

through body face contact design
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SEC-WaveMill

WEZ series

B Application Examples (WEZ type)

Horizontal

BT50

Stainless Steel SUS304 Semiconductor Device| Sumitomo [Competitors Product

Machining Centre

Tool WEZ17050RS05 | Double-Sided, 4 Corners
Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 50 50
Number of Teeth 5 5
ve (m/min) 80 80
vf (mm/min) 320 320
fz (mm/t) 0.13 0.13
ap (mm) 0.2 0.2
ae (mm) 40 40
Coolant Wet Wet

Improved surface finish quality and reduced

Vertical Machining
Centre BT40

Stainless Steel SUS316L Machine Component_:

Tool WEZ17035E03

Grade ACU2500 —
Chipbreaker P —
Cutter Dia. (mm) 35 —
Number of Teeth 3 —
ve (m/min) 100 —
vf (mm/min) 410 —
fz (mm/t) 0.15 —
ap (mm) 9 —
ae (mm) 0.1 —
Coolant Wet —

Results

Good wall accuracy, applicable
to finishing (ae = 0.Imm)

Stainless Steel SUS304 Machine Component

Centre BT40

Vertical Machining

Stainless Steel SUS304 Machine Component

Competitor's Product

Results burrs, cutting post-processing time by 50%
_Compet|tors Product

Tool WEZ11028E04

Grade ACU2500 —

Chipbreaker G —

Vertical Machining
Centre BT30

Stainless Steel SUS304 Machine Component

Multi-tasking
Machine

Stainless Cast Steel SCS13

Cutter Dia. (mm) 28 28

Number of Teeth 4 4

ve (m/min) 150 150

vf (mm/min) 1,350 1,350

fz (mm/t) 0.2 0.2

ap (mm) 2 2

ae (mm) 10 10

Coolant Dry Dry

Longer | lifi

Results S?abglg rggghinieng achieved
[ Sumitomo [Competitor's Product

Tool WEZ11022E03 |Single-Sided, 2 Corners

Grade ACU2500 —

Chipbreaker G —

Cutter Dia. (mm) 22 22

Number of Teeth 3 3

vc (m/min) 120 120

vf (mm/min) 1,562 1,562

fz (mm/t) 0.3 0.3

ap (mm) 2 2

ae (mm) 22 22

Coolant Wet Wet

As a result of improved visual quality, the finishing

Vertical Machining
Centre BT50

Tool WEZ11020E03 | Single-Sided, 2 Corners
Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 20 20
Number of Teeth 3 3

ve (m/min) 150 150

vf (mm/min) 860 860

fz (mm/t) 0.12 0.12

ap (mm) 2 2

ae (mm) 8 8
Coolant Wet Wet

Even with low-rigidity BT30 installation, has

Results good surface finigsh a¥1d Cutting edge sharpness
Machine Component| Sumitomo |Competitor's Product]
Tool WEZ11040E04 |Single-Sided, 4 Corners
Grade ACM300 —
Chipbreaker G —
Cutter Dia. (mm) 40 40
Number of Teeth 4 4

vc (m/min) 80 80

vf (mm/min) 254 254

fz (mm/t) 0.1 0.1

ap (mm) 1 1

ae (mm) 40 40
Coolant — —
Results Improved tool life without

chipping, even on mill-scale work

Stainless Steel SUS Machine Component

Centre BT40

Vertical Machining

Stainless Steel SUS304 Machine Component

Results process can be omitted, achieving process integration
[ Sumitomo [Competitor's Product

Tool WEZ11032E03 |Single-Sided, 2 Corners

Grade T2500A —

Chipbreaker G —

Cutter Dia. (mm) 32 32

Number of Teeth 3 3

vc (m/min) 154 154

vf (mm/min) 530 400

fz (mm/t) 0.12 0.09

ap (mm) 0.5 0.5

ae (mm) 20 20

Coolant = —

Results Improved machined surface quality and

machining efficiency with cermet grades

Stainless Steel Duplex SUS

Machine Component

Multi-tasking
Machine

Competitor's Product

Tool WEZ11025E502-16"| Single-Sided, 2 Corners
Grade ACU2500 —
Chipbreaker F —
Cutter Dia. (mm) 25 25
Number of Teeth 2 2

vc (m/min) 90 90
vf (mm/min) 300 300
fz (mm/t) 0.13 0.13
ap (mm) 1.5 1.5
ae (mm) 25 25
Coolant Wet Wet
Results Suppresses burrs and

extends tool life by 1.6x

* Made-to-Order Product

Vertical Machining
Centre BT30

Competitor's Product

H's (High Speed Steel
Too! wezio20g03 " T
Grade ACU2500 —
Chipbreaker G =
Cutter Dia. (mm) 20 20
Number of Teeth 3 4
vc (m/min) 150 60
vf (mm/min) 860 340
fz (mm/t) 0.2 0.09
ap (mm) 2 2
ae (mm) 8 3
Coolant — =
Results Longer tool life with reduced machining

time as compared to using HSS endmills
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SEC-WaveMill

WEZ series

B Application Examples (WEZ type)

Vertical Machining

Centre BT50

Tool WEZ17040EL03] Single-Sided, 2 Corners
Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 40 40
Number of Teeth 3 3
ve (m/min) 130 130
vf (mm/min) 465 465
fz (mm/t) 0.15 0.15
ap (mm) 8 6
ae (mm) 40 40
Coolant Dry Dry

Reduces vibration during machining

Ductile Cast Iron FCD450 Machine Component

Vertical Machining

Centre BT40

Competitor's Product
Tool WEZ11050EQ5] Single-Sided, 2 Corners
Grade ACU2500 —
Chipbreaker F —
Cutter Dia. (mm) 50 50
Number of Teeth 5 5
vc (m/min) 157 94
vf (mm/min) 300 270
fz (mm/t) 0.06 0.09
ap (mm) 1.2 1.2
ae (mm) 10 10
Coolant Wet Wet

Superior sharpness ensures chatter control

Results

Quiet machining and increased machining efficiency
Good surface finish quality and flatness

Results with 13 times the efficiency Results ggt\!Niglcreased efficiency, enabling finishing
Gray Cast Iron FC250 Mounting Base Frame Competitor's Product

Vertical Machining | Tool WEZ17063RS06) Single-Sided, 2 Corners Vertical Machining | Tool WEZ11032E 05 Single-Sided, 2 Corers
Centre BT50 Grade ACK3000 — Centre BT50 Grade ACK3000 —

Chipbreaker G — Chipbreaker G —

Cutter Dia. (mm) 63 63 Cutter Dia. (mm) 32 32

Number of Teeth 6 4 Number of Teeth 5 4

vc (m/min) 150 175 vc (m/min) 220 220

vf (mm/min) 377 254 vf (mm/min) 1100 900

fz (mm/t) 0.08 0.07 fz (mm/t) 0. 0.1

ap (mm) 3.5 3.5 ap (mm) 2 2

ae (mm) 50 50 ae (mm) 20 20

Coolant Wet Wet Coolant Dry Dry

Efficiency improved 1.5x in helical millin Efficiency improved

Results Tool life éoubﬁed ? Results Even thiny aregs can be machined without chatter
Horizontal Tool WEZ11050RS07| Single-Sided, 2 Corners 5-axis Control Tool WEZ11040E06 -
Machining Centre | Grade ACU2500 — Vertical Machining | Grade ACU2500 —
BT50 Chipbreaker G — Centre HSK-AB3 | Chipbreaker G -

Cutter Dia. (mm) 50 50 Cutter Dia. (mm) 40 40

Number of Teeth 7 5 Number of Teeth 6 6

vc (m/min) 180 180 vc (m/min) 200 200

vf (mm/min) 805 574 vf (mm/min) 1,300 1,300

fz (mm/t) 0.1 0.1 fz (mm/t) 0.135 0.135

ap (mm) 0.3 0.3 ap (mm) 2 2

ae (mm) 10 10 ae (mm) 20 20

Coolant Wet Wet Coolant Wet Wet

Stable machining possible even for thin

Cast Steel for Welded Structure Prod
Double Column
5-axis Machining
Centre BT50

uct SCW480 Press Housing Competitor's Product
Tool WEZ17160R08 | Single-Sided, 2 Corners
Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 60 60
Number of Teeth 8 8
vc (m/min) 150.7 150.7
vf (mm/min) 500 500
fz (mm/t) 0.208 0.208
ap (mm) 7 7
ae (mm) 75 75
Coolant = —
Results Reduces chipping on large workpieces,

enabling stable machining

Results workpieces or low-rigidity machines
Gray Cast Iron FC250 Railway Component Competitor's Product
Vertical Machining | Tool WEZ11040M16Z6) Single-Siced, 4 Corners
Centre Grade ACK3000 —
Chipbreaker G —
Cutter Dia. (mm) 40 40
Number of Teeth 6 3
vc (m/min) 37 48
vf (mm/min) 707 344
fz (mm/t) 0.4 0.3
ap (mm) 2.5 x 1pass + 1|15 x 2 passes + 0.5
ae (mm) = —
- Coolant Wet Wet
Modular i
Resus | [ et
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SEC-WaveMill

WEZ series

B Application Examples (WEZ type)

Aluminum Alloy A5052 Machine Component =
Vertical Machining | Tool WEZ17063RS04 |Single-Sided, 2 Corners 5-axis Control Tool WEZ17025M1222 —
Centre BT40 Grade H20 — Vertical Machining | Grade DL2000 —

Chipbreaker S — Centre HSK-A100 | Chipbreaker S —
Cutter Dia. (mm) 63 63 Cutter Dia. (mm) 25 —
Number of Teeth 4 4 Number of Teeth 2 —
ve (m/min) 1,187 1187 ve (m/min) 785 —
vf (mm/min) 1,920 1,920 vf (mm/min) 4,000 —
fz (mm/t) 0.08 0.08 fz (mm/t) 0.2 —
ap (mm) 1 1 ap (mm) 3.9 —
ae (mm) 50 50 ae (mm) 25 —
Coolant — — Coolant Wet —

SEC-

finishing process is reduced keeps machining quiet

Very little dimensional fluctuation Modular Stable machining without chatter

Results andymachining precision is stable Tool Results even at overhang of 100mm (L/D=4)
Pure Copper (Mill-Scale) Electrical Machinery Component Competitor's Product Resin Electronic Device Competitor's Product
Vertical Machining | Tool WEZ17100R05 | Single-Sided, 4 Comers Vertical Machining | Tool WEZ11080R07 | Single-Sided, 2 Corners
Centre BT40 Grade DL2000 — Centre BT40 Grade DL2000 —

Chipbreaker S — Chipbreaker S —

Cutter Dia. (mm) 100 100 Cutter Dia. (mm) 80 80

Number of Teeth 5 5 Number of Teeth 7 7

ve (m/min) 314 314 ve (m/min) 376 376

vf (mm/min) 400 400 vf (mm/min) 1,050 1,050

fz (mm/t) 0.08 0.08 fz (mm/t) 0.1 0.1

ap (mm) 0.5 0.5 ap (mm) 3 3

ae (mm) 80 80 ae (mm) 50 50

Coolant Wet Wet Coolant Wet Wet

Results Holes do not have burrs, so Results Improved cutting edge sharpness

Competitor's Product

FRPP Resin Industrial Machine Component Competitor's Product Titanium Alloy Ti-6Al-4V Aerospace Component

6 $ Horizontal Tool WEZ11020E02 Sing|e-5ided,2C0merS Vertical Machining Tool WEZ11063RS08 S\'ngle-Sided,ZComers
‘r"gTEl Machining Centre | Grade DL2000 — Centre BT50 Grade ACU2500 —
=5 BT50 Chipbreaker S — Chipbreaker G —
g—ﬁj Cutter Dia. (mm) 20 20 Cutter Dia. (mm) 63 63
Number of Teeth 2 3 Number of Teeth 8 8
vc (m/min) 200 37 vc (m/min) 48 48
vf (mm/min) 640 220 vf (mm/min) 310 310
fz (mm/t) 0.1 0.091 fz (mm/t) 0.16 0.16
ap (mm) 5109 x 3 passes|5 to 9 x 3 passes ap (mm) 2 2
ae (mm) 0.95 x 1 pass|0.95 x 1 pass| ae (mm) 50 50
Coolant — — Coolant Wet Wet
inimi No chipping, longer tool
Resuts | Mg wallucedep Resuts i Wit aducedtpu
Nickel Based Alloy Inconel 718 Aerospace Component Competitor's Product
Vertical Machining | Tool WEZITO32EQA s o) | Snle-Siced, 2 Corners Compound Lathe | Tool WEZ17035E03| Single-Sided, 2 Corners
Centre BT50 Grade ACU2500 — Grade ACM300 —
Chipbreaker H — Chipbreaker L —
Cutter Dia. (mm) 32 32 Cutter Dia. (mm) 35 35
Number of Teeth 4 4 Number of Teeth 3 3
vc (m/min) 30 30 vc (m/min) 45 45
vf (mm/min) 120 120 vf (mm/min) = —
fz (mm/t) 0.1 0.1 fz (mm/t) 0.16 0.16
ap (mm) 5 5 ap (mm) 3 3
ae (mm) 10 10 ae (mm) 17.5 17.5
Coolant Wet Wet Coolant Wet Wet
Results isrr?g:'otsg:nlgﬁt Results Tool life improved
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SEC-WaveMill

WEZ / WEZR series

B Application Examples (WEZR type)

Steel SUM24L Machine Component Competitor's Product]

Multi-tasking
machine

Tool WEZR11032E3632203|Single-Sided, 2 Comers
Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 32 25
Number of Teeth| 3x4 stages | 2x3 stages
ve (m/min) 120 80

vf (mm/min) 716 102

fz (mm/t) 0.20 0.05

ap (mm) 32 32

ae (mm) 3.0 0.8
Coolant Wet Wet
Results No chatter, and efficiency|

increased 12x or more

Cast Iron FC250 Automotive Component Competitor's Product
Vertical Machining | Tool WEZRTI032M164523 |Single-Sided, 2 Corners
Centre BT50 Grade ACU2500 —
Chipbreaker G —
Cutter Dia. (mm) 32 32
Number of Teeth| 3x5 stages | 3x5 stages
vc (m/min) 80 80
vf (mm/min) 500 500
fz (mm/t) 0.2 0.2
ap (mm) 45 45
ae (mm) 0.5t06.0 | 0.5t0 6.0
n— Coolant Dry Dry
Modular Capable of low-chatter machining even
Tool Results at 5 tool overhang amount of 208mm

Centre HSK63

SEC-
Modular
Tool

Titanium Alloy Ti-6Al-4V Aerospace Component
Vertical Machining

Competitor's Product]

Tool WEZR11032M1618Z3* |Single-Sided, 2 Corners|
Grade ACM300 —
Chipbreaker G —
Cutter Dia. (mm) 32 32
Number of Teeth| 3x2 stages | 3x3 stages
ve (m/min) 40 40

vf (mm/min) 19 84

fz (mm/t) 0.10 0.07
ap (mm) 15 15

ae (mm) 24 24
Coolant Wet Wet
Results Capable of machining at reduced cutting

force, even at 14 times the feed rate

Aluminum Alloy ADC12 Aut

Vertical Machining
Centre BT30

omotive Component
Tool

*Made-to-Order Product

WEZRII033E4525203"

Competitor's Product
H's Solid Endmills

Grade DL2000 —
Chipbreaker G —
Cutter Dia. (mm) 33 32
Number of Teeth| 3x5 stages 4
ve (m/min) 487 100
vf (mm/min) 800 224
fz (mm/t) 0.056 0.056
ap (mm) 25 25
ae (mm) 1 1
Coolant Wet Wet
Results Efficiency increased 5x or

more, for reduced tool costs

*Made-to-Order Product

Precautions for Mounting Inserts

(1) Clean the mounting seat surface and
contact parts.

(2) While pressing the insert firmly against
the seat surface, fasten the screw with the
included wrench.

(3) Apply Anti-seizure Cream to the screw
and tighten at the recommended torque.

(4) After tightening, check that there are no
gaps on the seat surface.

.

X
X

V
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SEC-WaveMill

WEZR series

K SEC-WaveMill WEZR type Repeater Made-To-Order Request Sheet (1) 3

Company Name/Contact

Select a cutter design and enter the dimensions in[_|.

After completion, send the sheet to our nearest sales office or distributor.
Feel free to contact us for other shapes or dimensions or with other
requests.

. . *1: The max. effective no. of teeth below is based
. Reference SpeCIflcatlons on standard insert stages configurations.

Dia. |Max Depth of Cut Max. P
Applicable | (mm) | (mm) | Jot3L | Insert | Effective | SPecifications |
Inserts DC | APMX | Teeth Stages No. o£1Teeth shell | Shank
20 19 4 2 2 0
25 27 6 3 2 )
AOMTT
AOETMN 32 36 12 4 3 O
Refer to P33
Referto P 40 | 44 | 20 5 4 o o
50 53 24 6 4 o)
40 43 6 3 2 o
AOMT17 50 57 12 4 3 0 0O
AOET17
(Refer to P35) 63 57 16 4 4 O
80 56 20 4 5 O

Product

=
[}
kel
i
Q
o
e
[}
gl
©
>

omm___|

RE APMX|:| l

L

Effective No. of Teeth Desired:[___], Coolant Hole: Yes [ | No []

- The tip insert corner radius (RE) can be selected.
(Refer to Applicable Size: P3 [l Product Range)
Bl Accessories Other inserts are all RE = 0.8mm or less.

Flat Insert Screw Wrench Anti-seizure Cream

SR
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SEC-WaveMill

WEZR series

KK SEC-WaveMill WEZR type Repeater Made-To-Order Request Sheet (2) 3

Company Name/Contact

Select a cutter design and enter the dimensions in[_|.

After completion, send the sheet to our nearest sales office or distributor.
Feel free to contact us for other shapes or dimensions or with other
requests.

D LR Refer to the reference specifications on P50.

CBDP
«or |

bomeocbdbcnomete o tei oo =l

DC

DCSFMS[:::]

DCB

RE

]

3
2
<

Effective No. of Teeth Desired:[__], Coolant Hole: Yes [ |No []

D N[ W-\{JJl Refer to the reference specifications on P50.

Interface I:I

DC

APMXI:I
]

RE

Effective No. of Teeth Desired:[__], Coolant Hole: Yes [ |No []

- The tip insert corner radius (RE) can be selected.
(Refer to Applicable Size: P3 [l Product Range)

Il Accessories

Flat Insert Screw

Wrench

Anti-seizure Cream

&

/ﬁ

4
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Other inserts are all RE = 0.8mm or less.



< SAFETY NOTES

® Very hot or lengthy chips may be discharged while the  ®Please handle with care as this product has sharp edges. ® When using non-water soluble cutting oil,
machine is in operation. Therefore, machine guards, @ Improper cutting conditions or mis-handling of the tool precautions against fire must be taken and
safety goggles or other protective covers must be may result in breakages or projectiles. Therefore, please please ensure that a fire extinguisher is
used. Fire safety precautions must also be considered use the tool within its recommended conditions placed near the machine.

€ Sumitomo Electric Industries, Ltd.

Hardmetal Division
Global Marketing Department : 1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

https:/www.sumitool.com/global
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