Milling Cutters

H1 to H251

For General Miling of Steel, Die Steel, Cast Iron, Stainless Steel, Exotic Alloys, and Non-Ferrous Metal
For General Miling of Steel, Die Steel, Cast Iron, Stainless Steel, Exotic Alloys, and Non-Ferrous Metal
For General Miling of Steel, Die Steel, Cast Iron, Stainless Steel, Exotic Alloys, and Non-Ferrous Metal
For General Milling of Steel and Exotic Alloy

For General Milling of Stainless Steel and Exotic Alloy

For General Milling of Steel and Exotic Alloy

For General Milling of Steel and Exotic Alloy

For General Milling of Steel and Exotic Alloy

For High-efficiency Cast Iron/Cast Steel Milling

For General Milling of Steel and Cast Iron

For General Milling of Non-Ferrous Metal

For General Milling of Steel, Cast Iron and Stainless Steel

Face Milling

For High-precision Milling of Steel, Die Steel, Cast Iron, Stainless Steel and Non-Ferrous Metal
For High-precision Milling of Steel, Die Steel, Cast Iron, Stainless Steel and Non-Ferrous Metal
For High-precision Miling of Steel, Die Steel, Cast Iron, Stainless Steel, Exatic Alloys, and Non-Ferrous Metal
For High-efficiency Deep-Step Shoulder Milling

For Roughing of Stainless Steel and Exotic Alloy

For General Milling of Steel, Die Steel, Cast Iron, Stainless Steel, and Non-Ferrous Metal
For General Milling of Steel and Cast Iron

For High-efficiency Milling of Steel, Cast Iron and Stainless Steel
For High-efficiency Cast Iron/Cast Steel Milling

For Milling of Steel, Cast Iron and Stainless Steel

For Milling of Steel, Cast Iron and Stainless Steel

For Milling of Steel, Cast Iron and Non-Ferrous Metal

For Milling of Steel, Cast Iron and Stainless Steel

For Milling of Steel, Cast Iron and Stainless Steel

Shoulder
Milling

For High-feed Milling of Steel, Die Steel, Cast Iron, and Stainless Steel
For High-speed, High-efficiency Milling of Steel, Die Steel, Cast Iron, Stainless Steel and Non-Ferrous Metal
For High Feed Milling of Steel, Cast Iron and Stainless Steel

High-Feed

Multi-purpose

For Milling of Stainless Steel and Exotic Alloy
For Milling of Steel, Die Steel, Cast Iron, Stainless Steel and Exotic Alloy
For Milling of Steel, Die Steel, Cast Iron, Stainless Steel and Non-Ferrous Metal

Radius

- For Roughin
R/3D Profiling For Finighing

Side Cutters /

T-Slot Cutters For T-Slot Endmilling
For Chamfering

Chamfering For Chamfering

For High-speed, High-efficiency Milling of Aluminum Alloy and Non-Ferrous Metal
For High-efficiency Milling of Aluminum Alloy and Non-Ferrous Metal
For High-speed Milling of Aluminum Alloy and Non-Ferrous Metal
For Small Diameter Milling of Aluminum Alloy and Non-Ferrous Metal
For High-speed, High-efficiency Milling of Non-Ferrous Metal

Non-Ferrous
Metals

For High-speed Finishing of Cast Iron
For High-speed Finishing of Cast Iron
For High-speed, High-efficiency Milling of Cast Iron

Cast Iron, High-
Speed

For Groove Milling @
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Selection Guide for Milling Cutters

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*Use a chamfering cutter for chamfering operations. * The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
Smart Damper™ for Milling I€°G20 ' *Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*Use a chamfering cutter for chamfering operations. * The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
Smart Damper™ for Milling I€°G20 ' *Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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Selection Guide for Milling Cutters

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
Smart Damper™ for Milling 1I€° G20 “Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.

H4
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
Smart Damper™ for Milling 1€°G20  “Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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Selection Guide for Milling Cutters
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
Smart Damper™ for Milling 1I€° G20 “Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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Selection Guide for Milling Cutters

©: Best O: Suitable X: Unsuitable Blank: Not Recommended

L Work Material
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.

Smart Damper™ for Milling 1I€° G20 “Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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Shank diameters listed are sizes of corresponding arbors. Refer to page H255 for details.
*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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Selection Guide for Modular Tools / Cas

lron High-Feed and Milling Cutters (Special Purpose)

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*Use a chamfering cutter for chamfering operations. * The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for

details.

Smart Damper™ for Milling I€°G20  *Smart Damper™ is a registered trademark of BIG DAISHOWA Co., Ltd.
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*Use a chamfering cutter for chamfering operations. * The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
Work Material
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Selection Guide for Milling Cutters (Shank type)

©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
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©: Best O: Suitable X: Unsuitable Blank: Not Recommended
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*The number of cutting edges may vary depending on the insert size, etc. Refer to each product page for details.
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Selection Guide by Work Material and Cutting Process

Grades for Milling

Wear Resistance lh————————————————>Fracture Resitance | | Wear Resistance Fracture Resistance || Wear Resistance < P> Fracture Resistance
— [PO1[P10[ P20 [ P30 [ P40 || — [MO1][M10][M20]M30 [ M40 || — KO1 | K10 | K20 | K30

Classification

o ACU2500 ACU2500
25
=
=0
Coated Carbide

g AC100

3 / ACP100 Acm200

©

w ACM300/

N A ACP200
g2 ALCK300/

3=
§ s 16 A26 &ACP300 &ACP300 £ ACK300
5 A=W T2500A

£ | Cermet T250A /12508

£ e A20 T4500A THBO0A
: “§> Cemented Carbide o 30 M A@

25

Q
Uncoated CBN

2 | Coated CBN

E 1€ A32

— Work Material (S] Exotic Alloy (H)Hardened Steel (NJNon-Ferrous Metal
%é Classification Wear Resistance < P> Fiacture Resistance | | Wear Resistance ——————————————>Fiacture Resistance || Wear Resistance < P> Fiacture Resistance
TS — | SO1 | S10S20 [ S30 | S40 || — | HO1 | H10 | H20 | H30 NO1 | N10 | N20 | N30
o (%,

Y DL1000

Side Cutters
T-Slot Cutters

Coated Carbide

Chamfering
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o1
35
©% | Cemented Carbide M
1€ A30
Uncoated CBN (. m
1€ A32
PCD DA1000
1€ A34

H 1 4 HHBEN - 15t Recommended Grade //: 2nd Recommended Grade \7: CVD Coating, A\: PVD Coating, Blank: Uncoated ‘
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Work Material Grade Hardness (HRA)| TRS (GPa) Coating type | Coating Thickness (um) Features Old Grade
Super « For high-speed machining of steel
ACP100 G &kl FF Coat @ - Grade emphasising wear resistance for high-speed cutting AC230
- For high-speed machining of steel
P ACP2000 89.5 3.2 ABSOTECH 10 - Stable long tool life in high-speed machining is realised by adopting a tough ACP100
Steel carbide substrate and a new coating with excellent thermal crack resistance
- General-purpose grade for a wide variety of materials such as steel, cast iron and stainless steel
XCU2500 89.5 3.2 ABSOTECH X 6 - New coating combining wear and fracture resistance realises long tool life in —
medium-speed to high-speed machining 9 g
M Super - For machining high-hardness stainless steel =4 =
ACM200 89.8 3.4 FE goat 6 - Adopts a newly developed high-strength carbide substrate with excellent wear resistance and AC230 o 5'
Stailess Steel thermal resistance, realizing outstanding stability when machining hardened stainless steel a «@
Super - For high-speed cast iron milling _
ACK100 SE0 24 FF Coat g - Adopts a high-hardness substrate with high wear resistance
Super - For high-speed cast iron milling
ACK200 e 28 FF Coat ® - Adopts a tough carbide substrate with excellent wear and thermal crack resistance AC211
K - For high-speed cast iron milling ACK100
Cast Iron ACK2000 91.7 3.1 ABSOTECH 10 - Stable long tool life in high-speed machining is realised by adopting a tough
carbide substrate and a new coating with excellent thermal resistance ACK200
- For high-speed cast iron milling
XCK2000 91.7 2.5 ABSOTECH X 6 - Along with a high-hardness carbide substrate, the new coating combining wear and -
fracture resistance realises superb long tool life in medium-speed to high-speed machining
S - For high-speed machining of exotic alloys
XCS2000 89.8 3.4 ABSOTECH X 4 - New coating combining wear and fracture resistance realises overwhelming —
Exotic Alloy long tool life in medium-speed to high-speed machining
Work Material Grade Hardness (HRA)| TRS (GPa) Coating type | Coating Thickness (ym) Features Old Grade
- General-purpose grade covering 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 life on various work materials
(New) - Our 1st recommended grade for steel applications
ACP200 89.5 3.2 Super 3 - General-purpose grade with an excellent balance of wear and fracture resistance ACZ330
P ZX Coat - Also suitable for machining stainless steel
Steel (New) - For interrupted machining of steel
ACP300 89.3 3.1 Super S - Tough grade with an emphasis on fracture resistance ACZ350
ZX Coat - Also suitable for interrupted machining of stainless steel
- 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) - For high-speed machining of stainless steel
ACM100 91.4 3.3 Super 3 - Adopts high-hardness micro-grained carbide substrate and super multi- ACZ310
M ZX Coat layered coating to realise outstanding wear resistance
Stanless Steel (New) - Our 1st recommended grade for milling stainless steel
ACM300 89.8 3.4 Super 8 - Adopts a high-strength carbide substrate and super multi-layered coating -
ZX Coat for next-level wear resistance and fracture resistance
(New) )
ACK300 91.4 33 Super 3 ﬁiez?;;e::;zurpose grade with an excellent balance of wear and fracture ACZ310
K ZX Coat
Cast Iron - Our 1st recommended grade for milling cast iron
ACK3000 91.7 3.1 ABSOTECH 8] - Adopts a high thermal conductivity carbide substrate and a new coating with excellent wear resistance and | ACK300
chipping resistance, realizing stable long tool life over a wide range of cast iron machining operations
AURORA - Grade for milling non-ferrous metal, utilising DLC coat with a low coefficient
N DL1000 92.9 2.1 Coat (DLC) 0.5 of friction and excellent adhesion resistance -
AURORA - Grade for milling non-ferrous metal, utilising DLC coat with a low coefficient
Nor-Femous Metal , =
SRS DL2000 916 3.8 Coat (DLC) 0.5 of friction and excellent adhesion resistance
- First recommendation for titanium alloy applications
ACS2500 90.8 4.2 ABSOTECH 3 - Carbide substrate with excellent wear and adhesion resistance, coupled with a ACZ310
S chipping-resistant coating, balances excellent wear and fracture resistance
Exotic Alloy - 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 substrate =
with a highly chipping-resistant coating
Work Material Grade Hardness (HRA)| TRS (GPa) Coating type | Coating Thickness (ym) Features Old Grade
- For finishing of steel and stainless steel
P T250A 914 21 - - - Tough grade with enhanced crack development resistance -
Steel - For finishing of steel and stainless steel
T2500A 91.8 2.4 — — - Fine, uniform grain structure greatly improves toughness, realising long tool T250A
M life and excellent surface finishes
Stainless Steel - For finishing of steel and stainless steel
T4500A 91.0 28 - - - Tough grade with excellent fracture resistance and reduced thermal cracking -
Work Material | Grade Binder | CBN Content (%) | Grain Size (um) | HardnessHV(GPa) |  TRS (GPa) TiAIN | Coatig Thickness um) Features
Co General-purpose grade with excellent wear resistance, fracture
BN7125 ] 90 to 95 2 41to 44 1.9t02.0 - - resistance, and thermal shock resistance, suitable for machining of
po cast iron and exotic alloys
Grade with 100% solid CBN structure that exhibits excellent wear
CKI BNS8125 | AlAloy 85 to 90 8 39to 42 0.95t01.15 = = e FEE EH R
ast Iron
3 Grade with 100% solid CBN structure, using PVD coating with
BNC8115 | AlAlloy BSiloR0 g E2ioga U V1 ALY z excellent wear resistance to enable roughing operations.
BN500 TiC 65to 70 6 32to 34 1.0to 1.1 - - Grade optimised for cast iron cutting. Provides superior wear and fracture resistance.
. _ _ Grade with the highest cutting edge strength, suitable for heavy
BN350 TiN 60 to 65 1 33035 15t01.6 T G,
Hardened Steel . _ _ General-purpose grade for hardened steel machining
BN2000 UL Wiwes 2 diliwen k1 12 with a high degree of fracture and wear resistance.
Polycrystallin | Work Material Grade Binder CBN Content (%) | Grain Size (um) | Hardness HK (GPa) |  TRS (GPa) Features
Diamond
_ High-density sintered material made of ultra-fine grain diamond that exhibits
DA1000 G i s Wi =2l optimum wear and fracture resistance as well as excellent edge sharpness.

Cemented Carbide 1€ A30

5 Ceramics 1€ A36
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B Features of XCS2000

- Uses the revolutionary ABSOTECH X coating, combining
the wear resistance of conventional CVD coatings and
fracture resistance equivalent to that of PVD coatings.

- Realises amazing long tool life in machining of exotic alloys.

Milling
Cutters

H16

[ESITECH Y
"

CVD

Pure cubic crystal AITIN with high Al content:

With proprietary structural control technology, differently
composed layers of AITiN are stacked at the nanometre
level.

With a high-Al composition containing over 80% Al on
average, it also maintains a cubic crystalline structure to
achieve excellent thermal resistance and high hardness.
Vastly improved wear resistance.

5 AlosTigeN
AlgeTig N

Special Surface Treatment:

Proprietary surface treatment introduces high
compression stress to the coating, suppressing the
development of cracks.

Greatly improved fracture and thermal crack resistance.

Applicable Grades: XCS2000

B Application Range

B Heat-Resistant Alloy

Low <4lK Cutting Speed P High

H

Low 4K Cutting Speed P High

W TEBHX
i XCS2000

IZNCS2500

High-speed/Light Cutting [ Medium Cutting Roughing

Stainless Steel

o TECHX
it XCS2000

‘

ACMB300

High-speed/Light Cutting

Medium Cutting

Roughing

B Features of ACS2500 and ACS3000

- Uses ABSOTECH, a new coating with excellent wear and
chipping resistance.

- Its carbide substrate, with excellent fracture and wear
resistance, achieves the ultimate in stable long tool life for
milling of exotic alloys.

ABSOJIZKi] PVD

y

Coating
Layer

A

A

Carbide
Substrate

[

—— Ultra-fine Grained B Additive

New AITiBN coating, with an
ultra-fine coating structure,
achieves high strength and
toughness.

Outstanding chipping and wear
resistance.

<

200nm
[ —]

Cross Section of
Cutting Edge Coating
TEM Image

High Adhesion Strength

Significantly improved coating adhesion has

more than twice the chipping resistance of
[ 2 conventional coatings.

Applicable Grades: ACS2500, ACS3000

B Titanium Alloy

BNCS2500

IENCS3000

Low <K Cutting Speed P High

High-speed/Light Cutting

Medium Cutting

Roughing




New Grades for Milling

XCS2

B Application Examples (XCS2000)

Martensitic Stainless Steel Turbine Blade [

o 1.5 times
3rcs the tool life

,‘},\
R

w

2 pcs

-

No. of Workpieces (pcs)
I\J

0
XCS2000 Competitor's Product

Martensitic Heat Resistant Steel Turbine Blade S

4-

3.0 times
| Spos the tool life

‘TA“\
OLJ

XCS2000 Conventional Tool

w

No. of Workpieces (pcs)
- N

Tool: RSE 12063RS06 Insert: RPHT1204MOEN-G
Cutting Conditions: vc = 270m/min, fz = 0.30mm/t, ap = 2.5mm MQL

Tool: RSE 12050RS05 RPHT1204MOEN-G

Cutting Conditions: vc = 160m/min, fz = 0.20mm/t, ap = 1.5mm Wet

M Application Examples (ACS2500/ACS3000)

Ti-6Al-4V Aerospace Component S Inconel 718 (44HRC) Block Material S

56min

60—

2.0 times
the tool life

N
o

28min

Tool Life (min)
N
o

0
ACS2500 Competitor's Product

15+

1.4 times
1.1min the tool life

\ 7.9min

Tool Life (min)

0
ACS3000 Competitor's Product

Tool: RSE 12050RS05 Insert: RPHT1204MOEN-G
Cutting Conditions: vc = 60m/min, fz = 0.30mm/t, ap = 3.0mm Wet

Tool: RSE 12050RS05 Insert: RPHT1204MOEN-G
Cutting Conditions: vc = 40m/min, fz = 0.25mm/t, ap = 2.0mm Wet

Ti-6AIl-4V Aerospace Component S Precipitation Hardened Stainless Steel (42HRC) Block Material Y]

100

90min

2.0 times
the tool life

~
o

45min

Tool Life (min)
(o
o

n
o

0
ACS3000 Competitor's Product

20+

1.4 times
| 147min  the tool life

\ 10.5min

-
o

Tool Life (min)
5

o

0
ACS3000 Competitor's Product

Tool: WSE 16050RS05L Insert: XOMT160540PEER-E
Cutting Conditions: vc = 50m/min, fz = 0.12mm/t, ap = 4.0mm Wet

Tool: RSE 12050RS05 Insert: RPHT1204MOEN-G
Cutting Conditions: vc = 150m/min, fz = 0.30mm/t, ap = 2.0mm Wet

sJ9131n)
Bunpn
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Standard Cutters

5

DFC (F) 09 050 R (S)

(6) Mounting

Refer to Table 6

(2) Additional Symbol (4) Cutter Diameter
Refer to Table 2 Refer to Table 4
(1) Series Code (3) Insert Inscribed Circle Size (5) Feed Direction

Refer to Table 1

Refer to Table 3

Refer to Table 5

Table 1: (1) Series Code  Table 2: (2) Additional Symbol

Table 3 (3) Insert Inscribed

Circle Size

Table 4: (4) Cutter Diameter Table 5: (5) Feed Direction

Milling Cutters
(Special Purpose)

Left Hand (L)

Right Hand (R)

Table 6: (6) Mounting

DPV (4) 4
| | |

Representative example| | Fine-pitch Design Inch | serioed Gice Dimensions nm)
DFC M Fine Pitch 3 9.525
DGC F  |Extra Fine Pitch 4 12.70
WGX 5 15.875
WGC 6 20.0
UFO Millimetre | Iseibed Cicl Dimensions [}
FPG 12 12.7
EHG 13 13.5
DNX 14 14.0
APG 16 16.0

WRCX 20 20.0
MSX Inscribed Circle Example
PWC A [
PWS =
WFX e KL
WEX
TSX

Mounting

S [ Metric Bore

100 (Q) R

(1) Series Code

(7) 2-piece system

DPV

Z

GFX

NRV

NFV

APV

GRHNM

GRHNF

Cutters

H18

..........................

(8) Quick Change type

Q




' Indexable Cutter Insert

Insert

«SEMT 1
1 @ @ @ (

(1) Insert Shape

(3) Tolerance

Refer to Table 1

Refer to Table 3

5)

S

(6) (T) (8) (?) (10 (1

‘1)

(5) Cutting Edge Length

(7) Cutting Edge Angle

(9) Edge Treatment

(t1) Additional Information

Refer to Table 5

Refer to Table 7

Refer to Table 9

Refer to Table 11

(2) Relief Angle

(4) Insert Hole

Refer to Table 2

Refer to Table 4

(6) Thickness

(8)Wiper Edge Ref Angle

(10) Feed Direction

Refer to Table 6

Refer to Table 8

Refer to Table 10

Table 1: (1) Insert Shape  Table 2: (2) Relief Angle  Table 3: (3) Tolerance Table 4: (4) Insert Hole  Table 5: (5) Cutting Edge Length

Symbol | Insert Shape |Apxhge Symbol | Relief Angle | |Symbol|™soribed Cirele]  Thickness Symbol | Shape (Cross Section) Shape | Cutting Edge Length (£)
- tmgraye 20| [ Ao | [0 so0es so0es| | W | I | | s | H
6 owmmae 15| | 67| [ im0z e || M| T | | T A
oo | [ | [wameas e | P | O | [ &
T tarirge 60| | F |25 SR AR
3 2222:2: - g Ss:cial Y A E{

0]

]

-

Table 6: (6) Thickness  Table7:7) Cutting Edge Angle ~ Table 8 (8) Rehof Angie  Table 9: (9) Edge Treatment  Table 10 (10) Feed Direction

Symbol | Thickness (mm) Symbol | Cutting edge angle Symbol| Relief Angle Symbol Shape Symbol | Feed Direction
02 2.38 A 45° A 3° N No
03 3.18 D 60° B 5° F : R Right Hand
T3 3.97 E 75° C 7° Sharp Edge L Left Hand
04 4.76 F 85° D 15° (
06 6.35 H 87° E 20° E Round
P 90° E 25° Honing Table 11 (t1) Additonal Information (Ex)
I ks z Special G 30° Symbol | Code Description
e N 0° T C A | Sharp Edged
5 j ‘ P 11° Negative Land H | Strong Edged
[T {miokness oo rae z Special C W | Large Edge Treatment
e S | Neaati For WBMR Insert
Relief Angle egatlve Land + S Main Bl
Round Honing ain Blade

* Exceptions
The above table does not apply to the following insert codes: SPCH42TR, SPCH42R, SPCH53TR, SPCH53R, SDKN42MT,
SDKN42M, SDKN53MT, SDKN53M, SEKN42MT, SEKN42M, SEKN53MT and SEKN53M.

For example,

- although "H" and "K" indicate precision tolerances, the main cutting edges have general precision.
- "M" in this instance represents the Neutral Hand insert.

- "T" in this instance represents negative land edge treatment.

- "R" indicates the feed direction (right hand).

sJ9131n)
Bunpn
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VIDEO OF

CUTTING

B Features

SEC-WaveMill WGX series employs a unique chipbreaker
design to provide lower cutting force and higher-quality
surface finish than conventional tools.

Lineup of insert grades and chipbreakers has been
significantly expanded, and employment of the ACM series
enables machining of stainless

steel and exotic alloys.

Also applicable to any work

material, using the

general-purpose grade

ACU2500.

@ Reduced Cutting Force
- High-rake chipbreaker designed for use with the WGX series achieves low cutting force

@ High Quality
- Improved runout precision and unique wiper edge shape ensure excellent surface finish quality
- Additional edge chamfer reduces burrs and edge chipping

@ Wide Ranging Product Lineup

-A wide selection of grades along with 4 types of chipbreakers and wiper inserts are available.
-Can be used for a wide variety of machining applications.

M Insert Shape Features
@ General-purpose G type Chipbreaker

@ Unique wiper edge shape for improved surface roughness @ Large rake angle and cutting edge rake
angle for improved sharpness

y
:

Optimal corner radius
@ for high strength

@ FG type Chipbreaker with Low-Burr Design

Additional edge chamfer reduces

Q burrs on cutting surfaces

M Product Range

[ Dia. (mm)
= Cat. No. Description
= 032 | 240 | 50 | 663 | 880 |2100|0125|0160|2200|2250
WGX13000R Standard Pitch O O O O O @| woxi3000RS WXMI3000RS
WGX13000RS Standard Pitch © 60 066 60 060 000 Standard Pitch Fine Pitch
WGXM13000R Fine Pitch 0 0606 O & @
WGXM13000RS Fine Pitch O 6 6066 6 &© ® @
WGXF13000R Extra Fine Pitch O 0P ® © DD
WGXF13000RS Extra Fine Pitch O 06060 ® © D 2D
WGX13000EW Shank type ®© 6 0 6 WGXF 13000R(S) ~ WGX 13000EW
Number in @® shows the number of teeth Inch Bore For the shell type, left-handed tools can also Extra Fine Pitch  Shank type
Sizes of @125mm and below have coolant holes be manufactured.

H20



SEC-WaveMill

WGX

M Chipbreaker Selection B Chipbreaker Selection Guide
) Good
Work Material
(P K[S[N] (PI[K]S] (P[K) UL
- . . General-purpose/ . Surface Finish [
Applicati Light Cutti - Gi I- H Cutti . n
pplications 19 utting Burr Prevention eneral-purpose eavy Cutting Emphasised g Light Cutting Gen(;ral-zurz)ose
tandar
: Standard / . . =
Features | Low Cutting Force With Chamfer Standard High Strength Wiper % FG G
Ltype | FGtype | G type Htype |WRtype | 5 Fow-BurrDesion
w
- H
Chipbreaker <
= Heavy Cutting
3
Cutting Edge Strength  — Heavy
Cutting _0.05mm 0.15mm 0.15mm 0.2mm

Edge ° o °
Cross 25° 20 20 S
Section

B Cutting Performance
@ Comparison of Cutting Force (G type) @ Runout with Insert Attached (G type) @ Surface Finish Comparison (WR type)

[ Feed Force [l Principal Force || Back Force

2,000 80
= . =
Z 1500 E 60 — e
= ©
8 5 o«
£ 1,000 g x _— i
o > = 0.6 —
£ < i ]
b= ©
3 S S 04 —
O 500 L 20— — 8
>
D 02—
0 Competitor Conventional 0 Conventional 0 : ‘
WGX type ompetitor's onventional WGX type onventional — -
Product Tool Competitor's Conventional
Toal WGX type Product Tool
Work Material: S50C, Tool: 100 Tool: WGXM13100R (2100) Work Material: S50C, Tool: 2100
Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3.0mm Number of Teeth: 7 Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3.0mm

@ FG type Chipbreaker with Low-Burr Design

Rotation Direction

Disengage: 70°

Area Prone to Burrs
Additional edge chamfer reduces
burrs on cutting surfaces Table Feed Direction

@ Machined Surface Comparison

Work Material G type Conventional Tool Competitor's Product
S50C
Burr Formation
SUS304
Burir Formation Burr Formation %i?:hnghqlg:ggénga?g&t’re BTS0
Insert Grade: ACP200
O x x X Cutting Conditions:

vc = 200m/min,

SCM440 fz = 0.2mm#t,
ap = 3.0mm,

Burr Eormation Burr Eormation Burr Eormation ae = 80mm, Dry

SJ9)1n
e T T Sl E S i

B Precautions when Using Wiper Inserts with Holes

@® When mounting the wiper insert, attach it as shown in Fig 1. @ The wiper insert has a single corner specification.
When mounted as shown in Fig 2, normal machined surface @ Refer to page N19 of Technical Guidance
roughness cannot be obtained. for details about milling with wiper inserts.

Fig 1 Fig2 | 7]
\ i\
T

H21



SEC-WaveMill

WGX 13000R(S) type PIUKINIS
E == (6 g

Face Millng

Fig 1 Fig 1' Fig 2 Fig 3 Fig 4 Fig 5 DCSFMS Fig 6 DCSFMS
DCSFMS DCSEMS DCSFMS %, %
& DCB S Sy | 4ol Sy | 4218
o xi—ﬂ K !L {0 = 2%
2 Bl ks 5 3 8
ég LL"J? B | w| 8 58% 5"% =
20 - m; ;:1 o1 D1 D1
@,‘ ‘ bC bc | — De
D1 DCX DCX DCX DCX
DC -
DeXx | Figure shows right-handed (R) tool.
BOdy (Standard PltCh) Dimensions (mm)
g Cat. No Stock Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght Fi
E T R|L DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 D2 |of Teeth| (kg) 9
Py WGX 13040RS ([ 40 52 32 40 16 8.4 5.6 18 14 9 3 03 |1
§ 13050RS ([ 50 62 40 40 22 10.4 6.3 20 18 11 3 04 |1
13063RS o 63 76 50 40 22 10.4 6.3 20 18 11 4 06 |1
5 L 13080RS ([ ‘80 93 55 50 27 12.4 7 25 20 138.5 4 1.2 |1
g _E’ ° 13100RS ([ 100 113 70 50 32 14.4 8.5 32 46 — 5 1.6 |3
8% (= 13125RS |@ 125 138 80 63 |40 16.4 95 | 29 52 | 29 6 | 28 |1
2 13160RS o 160 173 100 63 40 16.4 9.5 29 88 — 7 45 |5
13200RS () 200 213 130 63 60 25.7 14 85 130 — 8 71 |6
® 13250RS [ 250 263 130 63 60 25.7 14 35 160 — 10 112 |6
& WGX 13080R  |® ‘80 93 60 50 |25.4 9.5 6 25 20 | 13 4 [ 121
= 13100R ([ 100 113 70 63 31.75 12.7 8 32.5 46 28 5 23 |2
T 5 13125R o 125 138 80 63 38.1 15.9 10 35.5 ©9) 30 6 29 |1
£ 13160R ([ 160 173 100 63 50.8 19.1 11 38 72 — 7 45 |4
.8 13200R ([ 200 213 130 63 47.625 | 254 14 35 130 — 8 71 |6
% = 13250R [ 250 263 130 63 47.625 | 25.4 14 35 150 — 10 112 |6
S 5| Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 6160mm and above do not have coolant holes.
= m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
o Insert Dimensions (mm)
=]
2 G ot f Cemented :
I rade Classification Coated Carbide Catige |PLC| Cermet Fig 1 S <
R (Right-Hand) o
High-speed/Light Cutting | &t | B | (3 NN B & D ° ?E) 3
O o |Process| Medum Cutting | & | B [K][K] 0 B s .
35 Roughing | & B rge o
"5§ 21818/18/8/818/8/818 =3 < (Right-Hand)  #¢3oy
2 Cat. No BEIZISISIEISIZISIE] = 8] 8 | applications [ N
N 1BIEI5IE3I51805(5| T |G| § | : 00 1o,
o 2 X | <X <C (< o = -
22 [SEETH8TSAGFRL |— | —|—|—|—|—|—|—|—|—| ® | ®| — @& |1 Figa ..
39 13T3AGSR-L |@ @ @ @ ® 0 @ ® oo ® |LightCutng |1 Gontend [ (7 NS [
2q 13T3AGSR-G |@|©|®© |0/ 0|0 © ® @ ® — | — | @ | Gener-purpose | 1 Y P
= |SEMT13T3AGSR-L ©® ©® © ® © & & & 6 & — | — — | Light Cutting 1 178 b
= 13T3AGSR-G © ©® ®© ®© & & ®© & &6 & — | — — | General-purpose | 1 Fig 4 A
= 13T3AGSR-H ® ®© ®© ®© 6 © 6 6 6 &6 — | — — | Heavy Cutting 1 (Left-Hand) o4} %;%q -
IE 13T3AGSR-FG © © © © © ¢ © © 6 & — | — — | Low-burr Design | 2 &;J‘ e T .
g 13T3AGSL-G = | = — | General-purpose | 4 — - wi‘“
O [XEEW 13T3AGER-WR | @ | @ [ ] [ ] [ ] @ | Wiper Insert 3 ] )

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
Identification Code Recommended Cutting Conditions

Non-Ferrous
Metals

Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
WGX 1 3 040 R § IO Material st fiEEe Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Series Code Insert Size Cutter Dia. Feed Metric General Steel|180to 280 HB| 150-200-250 0.10-0.20-0.30 | ACU2500
=) -8 Direction Bore Mild Steel | < 180HB 180-270-350 0.10-0.25-0.40 | ACP200
o 8_ Shim Screw Die Steel [200t0220HB| 100-150-200 0.15-0.20-0.25 | XCU2500
B2 Shim M| Stginless | _ 160-210-250 | 0.15-0.23-0.30 | ACU2500
T 5 Insert ACM300
(&) T \ ACU2500
ACK200
/ Cast Iron 250HB 100-180-250 0.15-0.23-0.30 XCU2500
Flat Insert Screw XCK2000
Non-Ferrous Alloy — 500-750-1,000 | 0.15-0.23-0.30 | DL1000
; ACU2500
Exotic Alloy — 30- 50 -80 0.10-0.20-0.30 ACM300
P r The cutting conditions above are a guide. Actual conditions will need to be adjusted
arts according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Applicable . " Integrated Detachable Wrench Anti-seizure
Cutter Shim Shim Screw Wrench Flat Insert Screw Wrench Handle Grip Bit -
DC 240 to 125 — HPS1015 TRB15IP
Other than above WGCS13R [BWO507F LHO035 BFTX03512IP N-m 3.0 TRDR151P — — SUMI-P

H22 N-m, Recommended Tightening Torque (N-m)




SEC-WaveMill

WGX

P

Steel

Cast Iron  Non-Femusletdl | Exotic Alloy

GEVON Radial [-20° to -24° I 6 )
NN Axial | 20°t022° | ——/45 ‘
Face Milling
Fig 1 Fig 1' Fig 2 Fig 3 Fig 4 Fig5 posEMsS Fig6 posems
DCSFMS DCSFMS 2667 01016 |
o DCB o DCB a DOy gy o DOB -y
S =l ofy | P Sk | T
i B ; 3
&) 1 o [&] Wl © w ©, Y
] D1 D1
%g st DC DC
Di~ DCX DCX DCX
ng Figure shows right-handed (R) tool.
BOdy (Fine PItCh) Dimensions (mm)
Cat. No Stock| i Max. Dia. Boss Height Hole Dia. | KeywayWidth | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fig
’ ’ R|L DC DCX |DCSFMS LF DCB KWW KDP. CBDP D1 D2 of Teeth| (kg)
WGXM 13050RS @® 50 62 40 40 22 10.4 6.3 20 18 11 4 04 (1
13063RS @ 63 76 50 40 22 10.4 6.3 20 18 11 5 06 |1
o 13080RS | @ ‘80 93 55 50 27 12.4 7 25 20 13.5 6 1.1 |1
= 13100RS (@ 100 113 70 50 32 14.4 8.5 32 46 = 7 16 |3
§ 13125RS (@ 125 138 80 63 40 16.4 9.5 29 52 29 8 2.8 |1
13160RS @ 160 173 100 63 40 16.4 9.5 29 88 = 10 45 |5
13200RS |@® 200 213 130 63 60 25.7 14 35 130 — 12 7.0 |6
13250RS | @ 250 263 130 63 60 25.7 14 85 160 = 14 111 |6
WGXM 13080R | @ ‘80 93 60 50 25.4 9.5 6 25 20 13 6 1.1 |1
13100R |@® 100 113 70 63 31.75 12.7 8 32.5 46 28 7 22 |2
5 13125R |@ 125 138 80 63 38.1 15.9 10 35.5 55 30 8 29 |1
£ 13160R |@® 160 173 100 63 50.8 19.1 11 38 72 — 10 45 |4
13200R |@® 200 213 130 63 47.625 | 25.4 14 35 130 — 12 7.0 |6
13250R | @ 250 263 130 63 47.625 | 25.4 14 85 150 — 14 111 |6

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 6160mm and above do not have coolant holes.
m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide Cg;nrg?égd DLC| Cermet Fig 1 }%/
: . - R (Right-Hand) ]'G,% X
High-speed/Light Cutting | (%0 |65 (2] | |C3|[3] |44 < JINE () 3
Process | Medium Cutting | |6 |  |FW|PW|[8|C3] | NI P] K2 eX o
Roughing | K] Fig 2 184 4
§ § 8 8 8 § 8 8 § § 8 <O( (Right-Hand) %/;% |
Cat. No. Sig a2 |QRIRISS] T | 2| 8 | Applications |Fig ﬁ%ﬂ & .
22|2122I21212122 o F = S
SEET13T3AGFR-L  |—|—[—|—|—[—|—|—|—|—| ® | @] — |&& e |1 R, %
13T3AGSR-L ( 2K 2K 20K 2K 2K 2K N A ) @ | Light Cutting 1 g {3 i
13T3AGSR-G (0 0 00000 ®0® — | ® Genea-pupose |1 Y
SEMT 13T3AGSR-L © ®© © ®© ® ® ®® ® ® — | —  — |LightCutting 1 78 Lo
13T3AGSR-G ©/©® © ®© © ®© © ® ® ® - | — | — |Genera-purpose |1 Figd
13T3AGSR-H ©|/©®|©®|® ® ® ® ® ® ® — | — | — |HeavyCutting 1 (ceftand) RGN -
13T3AGSR-FG @ ® © © © @ ®© ® ® ® — | — | — |LowburDesign |2 &J, ° .
13T3AGSL-G — | — | — |General-purpose | 4 aa o I3
XEEW 13T3AGER-WR @ | @ [ [ [ @® |Wiperlnsert |3

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).

Recommended Cutting Conditions

Identification Code

Work

Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
WGX M 1 3 050 R § J2ie Material Aklehizas Min. - Optimum - Max. | Min, - Optimum - Max. | Grade
Series Code Fine Pitch Insert Cutter Dia. Feed Metric General Steel|180to 280 HB| 150-200-250 0.10-0.20-0.30 | ACU2500
Size Direction Bore Mild Steel | < 180HB 180-270-350 0.10-0.25-0.40 | ACP200
Die Steel [200t0220HB| 100-150-200 0.15-0.20-0.25 | XCU2500
Shim Screw . . - ACU2500
- Shim M | Stainless Steel 160-210-250 0.15-0.23-0.30 ACM300
ACU2500
o Castlron | 250HB | 100-180-250 | 0.15-0.23-0.30 |ACK2X0
/ : " : XCU2500
XCK2000
Flat Insert Screw Non-Ferrous Alloy = 500-750-1,000 | 0.15-0.23-0.30 | DL1000
) B ACU2500
Exotic Alloy 30- 50 -80 0.10-0.20-0.30 ACM300
P M The cutting conditions above are a guide. Actual conditions will need to be adjusted
arts according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Applicable . . Integrated Detachable Wrench Anti-seizure
Cutir Shim Shim Screw Wrench Flat Insert Screw Wiermel Handle Grip Bit .
DC @50 to 125 — HPS1015 TRB15IP
Other than above WGCS13R |BWO0507F LHO035 BFTX03512IP Nm 3.0 TRDR15IP — — SUMI-P

N-m Recommended Tightening Torque (N-m)

H23



SEC-WaveMill

WGXF 13000R(S) type BIIKINIS
e (o

Face Millng

Fig 1 Fig 1' Fig 2 Fig 3 Fig 4 Fig 5 Fig 6
DCSFMS DCSFMS
DCSFMS, DCSFMS | g66.7 21016
DCSFMS DCSFMS DCB. DCSFMS . DCB _ N DCB_ o DCB, i
» DCB SE| %DK%% KA Sy 1] S
o ék Ll o1 %IP %[}
£ £ q ° s B L)@ 5 © 5 © y
+ - D1 D1
=0 i oL L DC DC
oc D1~ | DOX DCX DCX DCX
: Figure shows right-handed (R) tool.
BOdy (EXtra Fine PltCh) Dimensions (mm)
g Cat. No Stock Dia. Max. Dia. Boss Height Hole Dia. | KeywayWidth | Keyway Depth | Mounting Depth Bolt Bolt Number Welght Flg
= T R|L DC DCX |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth | (kg)
E WGXF 13050RS (@ 50 62 40 40 22 10.4 6.3 20 18 11 5 04 1
3 13063RS (@ 63 76 50 40 22 10.4 6.3 20 18 11 6 06 |1
- 13080RS (@ ‘80 93 55 50 27 12.4 7 25 20 13.5 8 1.1 |1
5 E 13100RS |@® 100 113 70 50 32 14.4 8.5 32 46 — 10 15 |3
gg’ % 13125RS (@ 125 138 80 63 40 16.4 9.5 29 52 29 12 27 |1
S § 13160RS (@ 160 173 100 63 40 16.4 9.5 29 88 — 16 45 |5
2 13200RS |@® 200 213 130 63 60 25.7 14 35 130 — 20 6.9 |6
13250RS |@® 250 263 130 63 60 25.7 14 35 160 — 24 11.0 |6
® WGXF 13080R o ‘80 93 60 50 25.4 9.5 6 25 20 13 8 1.1 |1
s 13100R ([ 100 113 70 63 31.75 12.7 8 32.5 46 28 10 21 |2
-é) S 13125R ([ 125 138 80 63 38.1 15.9 10 35.5 55 30 12 28 |1
T = 13160R o 160 173 100 63 50.8 19.1 11 38 72 — 16 45 |4
13200R ([ 200 213 130 63 47.625 | 254 14 35 130 — 20 6.9 |6
.8 13250R () 250 263 130 63 47.625 | 25.4 14 35 150 — 24 11.0 |6
= 8_ Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter. Sizes 8160mm and above do not have coolant holes.
§ 5 m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).
- Note: The values in red have been changed from the 2021-2022 General Catalogue.
" Insert Dimensions (mm)
% Grade Classification Coated Carbide Cemented DLC| Cermet Fig 1 oS
o o Carbide (Right-Hand) ¢ Aoy
= High-speed/Light Cutting ||| @] | |03 |M8] | & || Ol 2
Process | Medium Cutting |8 ||  |Pu| 7| (3|03 |M4]14 0 B & :a"g
ag Roughing |G P © i \3(‘ .
= HEEEEEEEEE S| g ranres (I
= a Cat. No. SIS g % % g EC) Lx) SIS| T g § Applications |Fig ASA| I
QIRIZ 22 RIZ R RS a| F i
25 |SEET13T3AGFR-L |[—|—[—[—[—|—|-[—[-[-| ® [®] — [i&uw [1] Fig3 i .
= :f’; 13T3AGSR-L ( 2K 2K 2K 2K 2K K K 2N ) @ | Light Cutting 1 RiontHand) 1 [ 2
C3 13T3AGSR-G |00 00 © 0 000 ® — | — | ® |Genera-pupose |1 T
52 |SEMT 13T3AGSR-L @@ e/e/e/e®/® @ ®® — | | — |LghtCuiing 1 —
13T3AGSR-G (@ © © © © ®© 6 0600 — — | — | General-purpose |1 Fig 4 %_0/{,
2 13T3AGSR-H (@ © © ®© ® ®© ® ® ®® — | — | — |HeavyCutting 1 (Left-Hand) %F\" h
3 13T3AGSR-FG (@ © © @ © ®© ®© ® ®® — | — | — |LowburDesign |2 ool © "
E 13T3AGSL-G — | =1 — [General-purpose |4 134 o
& | XEEW 13T3AGER-WR © | ® [ ] [ ] [ ] @ | Wiper Insert 3

The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).

» .ge . N .
3, Identification Code Recommended Cutting Conditions
{WGX F 13050 R S " | |
Lo ork Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
5 AR A = ¥y 2 X — Material AEIERESS Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
B SeriesCode  Bdra nsert  CutterDia. Feed Motric General Steel | 18010 280 HB| 150-200-250 | 0.10-0.20-0.30 | ACU2500
-3 FinePitch  Size Mild Steel | <180HB | 180-270-350 | 0.10-0.25-0.40 | AGP200
§ g_ Shim Screw ) Die Steel [200t0220HB| 100-150-200 0.15-0.20-0.25 | XCU2500
- Shim St ACU2500
B L Insert ainless Steel — 160-210-250 0.15-0.23-0.30 ACM300
g T ACU2500
Cast Iron 250HB 100-180-250 0.15-0.23-0.30 LD
: . ’ XCU2500
Flat Insert Screw XCK2000
Non-Ferrous Alloy — 500-750-1,000 | 0.15-0.23-0.30 | DL1000
Exofi - ACU2500
xotic Alloy 30- 50 -80 0.10-0.20-0.30 ACM300
Part (33 The cutting conditions above are a guide. Actual conditions will need to be adjusted
arts according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Applicable - n Integrated Detachable Wrench Anti-seizure
uiicr Shim Shim Screw Wrench Flat Insert Screw Wrench Handle Grip Bit o
DC 250 to 125 — HPS1015 TRB15IP
W 13R  |BWO507F LHO035 BFTX03512IP Nm 3. SUMI-P
Other than above | > ™ 30 TRDR15IP — —

H24 N-m, Recommended Tightening Torque (N-m)



SEC-WaveMill

WGX Steel Cast Iron  Non-Femusletdl | Exotic Alloy
GEVON Radial [-20° to -24° I 6 .
N Axial | 20° to 22° 45

Face Milling

Fig 1
> = (@]
O
38 z e s
=) T
I a3
LH
i m
BOdy (Shank type) Dimensions (mm) — __
Dia. Max. Dia. Shank Head Overall Length Number of a g
et e, Sl DC DCX DMM LH LF Teeth |19 2
WGX 13032EW [ ] 32 44 32 40 125 3 1 =
13040EW [ ) 40 52 32 40 125 S 1 2
13050EW [ J 50 62 32 40 125 4 1
13063EW [ J 63 76 32 40 125 5 1
Inserts are sold separately. 32mm size does not have shims.
Insert Dimensions (mm)
I g Cemented )
Grade Classification Coated Carb:ie_ Carbide DLC| Cermet Fig 1 }?{
High-speed/Light Cutting |0 |6 (D] | (3] |44 | &% @O A «
Process | Medium Cutting |8 6% |F|i | C3|C3]  |M24]04 (NI P! N3 " s
Roughing & [KIIPE - 4
olo o olo . 13.97|
HEEREEREEE 8| g Fig2 g
Cat. No. SIE 558 g % 5 SIsS| T - 3 Applications |Fig }(o 2
QI1212|2|2|8|2(2|2|2 al| & () <
SEET 13T3AGFR-L — === === ] ® [ — | BN s et | 1 B )
13T3AGSR-L @00 /@ 0 0 0o oo @ | Light Cutting 1 o
13T3AGSR-G |© © ® ® ® ® ® ® ® ® — | — | @ General-purpose |1 Fig 3 .
SEMT 13T3AGSR-L |0/ ®© © © ® ®© © 6 06 & = — | Light Cutting 1 - (" A \¥
13T3AGSR-G (@ (0 00 00 0 ® e — | | — |Geeuapupose 1| EEEED: )
13T3AGSR-H © & & ® & o 0 o o o — — | Heavy Cutting 1 S
13T3AGSR-FG © © © © © © © @ ¢ & — — | Low-burr Design | 2 178 .07
XEEW 13T3AGER-WR (@ | @ [ J [ J [ J @ | Wiper Insert 3
The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance.
Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
Identification Code Recommended Cutting Conditions
G Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
W X 1 3 032 EW = Material Sz Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Series Code  Insert Size  Cutter Dia.  Shank type General Stesl| 18010 280 HB| 150-200-250 | 0.10-0.20-0.30 | ACU2500
Mild Steel | < 180HB 180-270-350 0.10-0.25-0.40 | ACP200
Die Steel [200t0220HB| 100-150-200 0.15-0.20-0.25 | XCU2500
M | StanlessSteel|  — 160-210-250 | 0.15-0.23-0.30 | ACU2300
Shim Screw ACM300
Shim ACU2500
Insert ACK200
—_ / Castlron | 250HB 100-180-250 0.15-0.23-0.30 XCU2500
XCK2000
Non-Ferrous Alloy = 500-750-1,000 | 0.15-0.23-0.30 | DL1000
Fiat Insert Screw Exotic Aloy| — — 30- 50 -80 0.10-0.20-0.30 ﬁg%%%o
M 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.
Parts
Shim Shim Screw Wrench Flat Insert Screw Wrench Anti-seizure Cream
Applicable Cutter @ ) ‘
&) @
WGX13032EW type — — — o )
Other than above WGCS13R BWOS07F LH035 BFTX03512IP | 3.0 [TRDR1SIP SUMI-P

N-m Recommended Tightening Torque (N-m) H25



Cast Iron [ Nonferoisletd | Exotic Alloy

Rake Radial |-10°to -19° 4mm o
IR Axial 20° 45
Face Milling
Fig 1 Fig 2
DCSFMS DCSFMS
ol X o DCB
S| [Rww e
af =
58 Y 2l 5]
i b
DC DCX
DCX
BOdy Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fi
T &»| DC DCX | DCSFMS L DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
o WGC 3032RS o 32 41 32 40 16 8.4 5.6 18 14 9 4 — 1
= 3040RS o 40 49 32 40 16 8.4 5.6 18 14 9 4 = 1
§ 3050RS (] 50 59 40 40 22 10.4 6.3 20 18 11 5 — 1
3063RS [ J 63 72 50 40 22 10.4 6.3 20 18 11 6 — 1
5 WGC 3080R (] ‘80 89 60 50 25.4 9.5 6 25 20 13 6 1.1 1
£ 3100R ® 100 109 70 50 31.75 12.7 8 32 46 = 7 1.5 2
Inserts are sold separately.
@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide | DLC |Cemented Carbide| Cermet |SUMIDIA
High-speedight Cuting || | | [@ 0O | |88 INIIN]
Process | General-purpose wWE 0O [R8 [PERINTIN]
Roughing K] [NJIN] Fo
olo|lolo|lo| o o | o Y
S|lo|ala|la| 8 |=z|2 < S| o 4 N
2|22 |2 /2| o |T | F |8|a \ Nid ]° 8
SEET0903AGFN-L © ©®© @ ©¢ @ © o — | — |1 9.525 ‘m‘ f
0903AGSN-G © & & o © [ J ([ ) =|=|1
0903AGSN-N ©® ®© © & o [ 1
SEMT0903AGSN-L © © © @ & — = = = =1
0903AGSN-G|®© @ @ ¢ 6 — © — — —|— |1

Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).

Shim Screw

Shim Recommended Cutting Conditions

—N

H26

WGC3000RS type
Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
General Steel | 180 to 280HB | 150-200-250 0.10-0.15-0.20 | ACP200
Flat Insert Screw Mild Steel| < 180HB 180-250-350 0.10-0.18-0.25 | ACP200
Die Steel | 200 to 220HB | 100-150-200 0.15-0.18-0.20 | ACP200
Stainless Steel — 160-200-250 0.15-0.18-0.20 | ACP300
Castlron | 250HB 100-200-250 0.15-0.18-0.20 | ACK200
Non-Ferrous Alloy — 300-500-1,000 | 0.15-0.18-0.20 | DL1000
Exotic Alloy — 30- 50 -80 0.10-0.20-0.30 EH520

Parts
T Detachable Wrench Anti-seizure
Handle Grip Bit Cream
g & a4
BFTX0307IP 2.0 | HPS1015 TRB10IP | SUMI-P

(N-m Recommended Tightening Torque (N-m)

Note

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.




SEC-WaveMill

WGC

P

Steel

Cast Iron  Non-Femusletdl | Exotic Alloy

GEVON Radial [-20° to -24° I 6 )
N Axial | 20° to 22° 45
Face Milling
Fig 1 Fig 2 Fig 3
DCSFMS DCSFMS ___ DCSFMS_
a| [DCB a| DCB a| LDCB 4418
2 [kww S [kw = ‘ o=
51@ %;L L %1 ‘ s- =
.=
D2 D1 o5t g3
o DC DC A
DC DCX
DCX
BOdy (Standard PItCh) Dimensions (mm) H
Cat. No _§ Dia. Max. Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght E =
) ) [ DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9 2
©| WGC 4040RS (] 40 52 32 40 16 8.4 5.6 18 14 9 3 — 1 %
© 4050RS ([ J 50 62 40 40 22 10.4 6.3 20 18 11 S — 1 =
= 4063RS [ J 63 76 50 40 22 10.4 6.3 20 18 11 4 — 1 2
WGC 4080R ([ ‘80 93 60 50 25.4 9.5 6 25 20 13 4 1 1
= 4100R @ 100 113 70 50 31.75 12.7 8 32 46 — 5 15 |2
e 4125R ® 125 138 80 63 38.1 15.9 10 38 56 — 6 26 |2
- 4160R ® 160 173 100 63 50.8 19.1 11 38 72 — 7 4 2
4200R ® 200 213 130 63 47.625 | 254 14 85 130 — 8 6.6 |3
Body (Extra Fine PltCh) Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Height Hole Dia. [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
’ ) [ DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth | (kg) 9
2| WGCF 4050RS |@ 50 62 40 40 22 104 6.3 20 18 11 5 — 1
=2 4063RS |®| 63 76 50 40 |22 10.4 6.3 20 18 11 6 — |1
WGCF 4080R o ‘80 93 60 50 25.4 9.5 6 25 20 13 8 1 1
= 4100R ® 100 113 70 50 31.75 12.7 8 32 46 — 10 15 |2
e 4125R ® 125 138 80 63 38.1 15.9 10 38 56 — 12 26 |2
- 4160R ® 160 173 100 63 50.8 19.1 11 38 72 — 16 4 2
4200R @ 200 213 130 63 47.625 | 25.4 14 35 130 — 20 6.6 |3
Inserts are sold separately.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide | DLC |Cemented Carbide| Cermet |SUMIDIA
High-speed/Light Cutting | [ [K] [N] < [INJIN]
Process TeJied el i o,
General-pyrpose 7| 3| 0O Q& [PIRINIIN] Fig 1 ;b/,( < -
Roughing (K] [NJIN] A= T
olo|o|lo|o oo C) i i
o|lo|o|lo|o 8 = 8 g Il KJ - e .
Cat. No. e ee g 1Ll o g § Fig 1 397)AYg
9l8|2|2/8]a |¥[a|"| & |&|3 = =
SEET 13T3AGFN-L ( BN BN BN BN NI ) [ BN ) — | — |1 9
13T3AGSN-G o o000 ° o |—|—|1
13T3AGSN-N ® e e o o [ ] [ J 1 7 %o
SEMT 13T3AGSN-L o/ 0o/0 00 — — = =11 < LA |
13T3AGSN-G o o666 60 — O — — — =11 e N\,
13T3AGSN-H [ AN AN AN AN N — = =|=]|1 N
NF-SECW13T3AGTN-N | — | —|—|—|—| — [—|—|— — ® Al 18
NF-XEEW 13T3AGFR-W | — | — | —|—|—| — |—|—|— — ® A |2
XEEW 13T3AGER-W [ J [ —|1—12
Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
Recommended Cutting Conditions for WGC4000RS/WGCF4000RS type
Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
General Steel | 180 to 280HB | 150-200-250 0.10-0.20-0.30 | ACP200
Mild Steel| < 180HB 180-250-350 0.10-0.25-0.40 | ACP200
Die Steel | 200 to 220HB | 100-150-200 0.15-0.20-0.25 | ACP200
Stainless Steel = 160-200-250 0.15-0.23-0.30 | ACP300
Cast Iron | 250HB 100-200-250 0.15-0.23-0.30 | ACK200
Nor-Ferrous Aloy - 300-500-1,000 | 0.15-0.18-0.20 | DL1000
Exotic Alloy — 30- 50 -80 0.10-0.20-0.30 | EH520
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.
Parts
. . . Detachable Wrench Anti-seizure
Applicable Cutter Shim Shim Screw | Wrench Flat Insert Screw Integrated Wrench Handle Grip Bit Gl
WGC(F) 4080R to WGC(F) 4125R WGCS13R BWO0507F LHO035 BFTX03512IP 3.0 — HPS1015 TRB15IP
WGC(F) 4160R to WGC(F) 4200R (WGCS13R BWO0507F LHO035 BFTX03512IP 3.0 [TRDR15IP — — SUMI-P
WGC 4000RS to WGCF 4000RS (WGCS13R BWO0507F LHO035 BFTX03512IP 3.0 — HPS1015 TRB15IP

N-m, Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

H27



SEC-WaveMill

WGC 3000EW/4000EW type

% 4 e I\ 6 _ g5

g R

Radial [-10° to -19°1-20° to -24°|

Axial | 20°  120°to22° |
(3000 type) (4000type) (3000 type) (4000 type)  Face Miling
Fig 1
=
o ¥ 5l o
£6 g & s
= a
=5
=43) L
LH
LF
o BOdy (Shank type) Dimensions (mm) BOdy (Shank type) Dimensions (mm)
é S Dia. Max. Dia. Shank Head  |Overall Length Number| . S Dia. Max. Dia. Shank Head  |Overall Length Number | .
= CatNo. |2l pc | pcx |DMM | LH | LF |oes™ CatNo. 12| pc | pcx |DMM | LH | LF o
8 WGC 3020EW @ 20 29 20 40 100 |2 |1 WGC 4032EW @ 32 44 32 40 125 | 3 |1
Y 3025EW @ 25 34 20 40 100 |3 |1 4040EW @| 40 52 32 40 125 | 3 |1
3032EW (@| 32 41 32 40 125 |4 |1 4050EW (@ | 50 62 32 40 125 | 4 |1
EU’ 3040EW (@ 40 49 32 40 125 | 4 |1 4063EW @ 63 76 32 40 125 | 5|1
S 3050EW (@ 50 59 32 40 125 | 5 |1 Inserts are sold separately.
25 3063EW @ 63 | 72 | 32 | 40 | 125 |6 |1
3 Insert Dimensions (mm)
5 Grade Classification Coated Carbide | DLC |Cemented Cahide| Cermet  |SUMIDIA
"_:'-' High-speed/Light Cutting | [ [K] [N] Ky [N][N] Fig1 o)
2 | Process General-purpose M[K] [INBIP]S) [PHIEINIIN] @ f\\ . \
Roughing K] N][N] D18
ololololo] o olo S E "'")(?3
N /
., 9 2888 8 |2 Q|- S 8| & | Applicable |_. 9.525 TRE
= S Cat. No. % % % é é 5 |9 2T ° Y Cutter Fig : <=
S5 2222 B |V|u F 8|5
< ' SEET 0903AGFN-L o0 oo o o [ J —|— 1 a2 @
0903AGSN-G ) ° ® ||| wecsooo | 02 o
o 0903AGSN-N (A 2K N ([ — type 1 A | =
S | SEMT 0903AGSN-L o000 0 = = == 1 \N/am
& 0903AGSN-G oeo00e @0 | 1 \ /
SEET 13T3AGFN-L oo oo o o [ 2K ) =|= 2 13.4
13T3AGSN-G o000 o [ J o —|— 2 Fig 3
8o 13T3AGSN-N LI IO ® ||| aceoo |2
E% SEMT 13T3AGSN-L 0o oo — — —|— type 2
B E 13T3AGSN-G 00 e o = = =|= 2
3 WGCF4000 34
o« 13T3AGSN-H oo e0o0e0 - —| = = e |2 @ {}
5@ | NF-SECW 13T3AGTN-N |—|—|—|—|—| — |—|—|—| — |@A 2] N 5
g% NF-XEEW 13T3AGFR-W |—|—|—|—|—| — [—|—|— — o A 3 18
39| | XEEW 13T3AGER-W (] () =|= 3
8 2 Refer to H21 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
37
51 Recommended Cutting Conditions
5 WGC3000EW type WGC4000EW type
£ ‘ . , )
8 SO Wor|l< Hardness Cultt\ngSpeledvc(m/mln) lFeed Ra?efz(mm/t) Insert IS0 Worl.< Hardness Culttmg Speled ve (m/min) lFeed Rafefz(mm/t) Insert
) Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
@ General Steel | 180 to 280HB | 150-200-250 0.10-0.15-0.20 | ACP200 General Steel | 180 to 280HB | 150-200-250 0.10-0.20-0.30 | ACP200
gl’ Mild Steel| < 180HB 180-250-350 0.10-0.18-0.25 | ACP200 Mild Steel| < 180HB 180-250-350 0.10-0.25-0.40 | ACP200
,}_’*g Die Steel | 200 to 220HB | 100-150-200 0.15-0.18-0.20 | ACP200 Die Steel | 200 to 220HB | 100-150-200 0.15-0.20-0.25 | ACP200
gE Stainless Steel = 160-200-250 0.15-0.18-0.20 | ACP300 Stainless Steel = 160-200-250 0.15-0.23-0.30 | ACP300
=z Cast Iron | 250HB 100-200-250 0.15-0.18-0.20 | ACK200 Cast Iron | 250HB 100-200-250 0.15-0.23-0.30 | ACK200
=5 Non-Ferrous Aloy = 300-500-1,000 | 0.15-0.18-0.20 | DL1000 Non-Ferrous Aloy = 300-500-1,000 | 0.15-0.18-0.20 | DL1000
§ o Exotic Alloy — 30- 50 -80 0.10-0.20-0.30 | EH520 Exotic Alloy — 30- 50 -80 0.10-0.20-0.30 | EH520
% ‘Iu) The cutting conditions above are a guide. Actual conditions will need to be adjusted The cutting conditions above are a guide. Actual conditions will need to be adjusted
8 'g, according to machine rigidity, work clamp rigidity, depth of cut and other factors. according to machine rigidity, work clamp rigidity, depth of cut and other factors.
=
Parts
Shim Shim Screw Wrench Flat Insert Screw Wrench | Anti-seizure Cream
Applicable Cutter @ ﬁ\
S &
WGC 3000EW - o - BFTX0307IP 2.0 TRDR10IP
WGC 4032EW BFTX03512IP 3.0 TRDR15IP SUMI-P
WGC 4000EW (Except WGC 4032EW) | WGCS13R BWO0507F LHO35 BFTX03512IP 3.0 TRDR15IP

N-m Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

H28
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VIDEO OF

CUTTING

B Features

SEC-Sumi Dual Mill DGC series employs double-sided
inserts with up to 16 corners for excellent economy.
This is a general-purpose cutter featuring high cutting
edge strength for high-efficiency milling and a low-burr
chipbreaker design that provides high machined surface
quality.

ONMT/ON .. yp"-nprove
r eem bo Ue
w@'ﬂ@

@ Same cutting performance as single-sided inserts plus superior economy
Achieves levels of cutting edge sharpness and machined surface quality equivalent to single-sided cutters at a maximum depth of cut of ap = 3mm.
@ Application Range for General Steel Machining @ Comparison of Cutting Force

6.0

B | Higher Efficienc>
50 WGX serieslw GC series
40+ _ :
30 L SNMT 13T6ANER K
20 D G c series!
0

10+ ON"ITOSTGANER DGC series DGG series  WGC series

3,000 Equivalent Level of Cuttlng Force

S
8

=
8

Combined Force (N)

Axial Depth of Cut ap (mm)

(SNMT)
| | | | |
0 0.1 0.2 0.3 0.4 0.5 Work Material: SCM435  Tool: 6100
Feed Rate per Toothfz (mm/t) Cutting Conditions: VC = 200m/min, fZ = 0.3mm/t, 8P = 3mm, 8€ = 85mm

@ Dual-purpose body features
Two types of inserts can be used with a single body depending on the

milling application, to help reduce tool costs. Use two types of insert for different applications

Shim protects the
body

SNMT/SNET type ONMT/ONET type

+ More economical double-sided
design with 16 corners
(Maximum depth of cut = 3.0mm)

(Maximum depth’oi cut = 6.0mm)

@ General-purpose grade applicable to any work material

Introducing the new grade ACU2500, which is applicable to a wide variety of processes and work materials such as
steel, stainless steel and cast iron.
B Product Range

® Dia. (mm)

= Cat. No.

= 240 250 263 280 | 2100 | 2125 | 160 | 2200 | @250
DGC 13000RS © 6 6 606 6 6 00 6 ©
DGC 13000R O 6 6 0 6 ®©
DGCM 13000RS ®O 6 606 0 6 & ® @
DGCM 13000R ® 0 6 ® ® ®
DGCF 13000RS @ 06 6 © & @& © &
DGCF 13000R @ ¢© & & ©® ®
DGC 13000EW ® 0 o

Number in @® shows the number of teeth Inch Bore

H30



SEC-Sumi Dual Mill

DGC s

H Chipbreaker Selection

B Chipbreaker Selection Guide

*Can only be used in conjunction with 8 corner inserts

@ Improved machining quality

- FG type / FL type chipbreakers feature a chamfered corner to minimise burrs and provide excellent milling quality.

Low-Burr Design

FG type

O With Chamfer

Chamfered corners control burrs

| Cutter Diameter and Cutting Edge Height |

8-corner: SNMT/SNET

@ FG type

@ Competitor's Product

No Burrs

Burr Formation

C 16-corner: ONMT/ONET )

%

Area Prone to

Burrs

61.4mm

[«

©100.0mm >

©102.9mm

FG type chipbreakers with low-burr design enable
high-quality milling with few burrs and minimal edge chipping

Work Material: SCM435
Tool: 2100

ap = 3mm, ae = 85mm

Cutting Conditions: vc = 200m/min, fz = 0.2mm/t

Work

Matora B M B3B8 [N] (PRK] G"Tw

Applications B'ﬂ?mg::::i%/n Light Cutting G;S:'S'y:g;?::/ General-purpose Heavy Cutting Non-Ferrous Metals Sg,‘::?:;:gzh » F L
8 General-purpose

Low Cutting Force / ‘ Standard / " ;. ; c | Low-Burr (Standard)

Features With Chamfer. Low Cutting Force With Chamfer Standard High Strength High Rake Wiper e Design Light FG

g Cutting
FLtype | Ltype | FGtype | G type H type Stype | Wtype » LowBurr

§) Design

Chipbreaker 1] H
D
£ Heavy Cutting
bl
3
O

0.05mm 0.05mm 0.1mm 0.1mm 0.2mm 0.05mm 0.3mm Cutting Edge Strength — Heavy

Cutting Edge o ° o

Cross%em?on 30° 30° & 25 L 30° -

8 | 0.05mm | oimm | Double-Sided, 2 Corers

,,’:|6 Not Available 30° Not Available 23° Not Available Not Available
P 0

16-corner Mounting Method

! Firmly align insert with

guide faces, press down in
the direction of the arrow,
and tighten the screw to fix

. Align with
the insert. g

guide faces.

Press d% firmly

fromlabove

Body Shape (Example: With Cutter Dia. of 2100mm)

y? i Cuttin
. - - i g |Max. Depth
.ANote that while the 8-corner and 16-corner types can pe used Insert Cutter Dia.| dge Heght| —of Cut
interchangeably on the same body, however they create different DC (mm) LF mm) | APMX (mm)
cutter diameters, cutting edge heights and maximum cutting depths. SNMT/SNET | 100.0 63.0 6.0
ONMT/ONET | 102.9 61.4 3.0
Recommended Cutting Conditions (SNMT/SNET) Recommended Cutting Conditions (ONMT/ONET)
Work { i Work i i
SO or. Hardness chl|ng Speled Ve (m/min) IFeed Ra?efz (mmA)  |DephofCutzp| Insert SO or. Hardness Cu.mng Spe.ed ve (m/min) feed Ra?e fz(mmA) |DphoiCtep| Insert
Material Min. - Optimum - Max. |Min. - Optimum - Max.| (M | Grade Material Min. - Optimum - Max. |Min. - Optimum - Max.| [ | Grade
General Steel |180t0 280 HB| 150-200-250 | 0.10-0.25-0.40 | <4 |ACU2500 General Steel |180t0 280 HB| 150-200-250 | 0.10-0.30-0.50 | <2 |ACU2500
Mild Steel| < 180HB | 180-250-350 | 0.10-0.30-0.45 | <4 | aarad0 Mild Steel| < 180HB | 180-250-350 | 0.10-0.50-0.50 | <2 | habaog
Die Steel |200t0220HB| 100-150-200 | 0.15-0.25-0.35 | <4 |XCU2500 Die Steel |200t0220HB| 100-150-200 | 0.15-0.25-0.30 | <2 |XCU2500
Stainless ACU2500 Stainless ACU2500
Steel = 160-200-250 | 0.15-0.23-0.30 | <3 ACM300 Steel — 160-200-250 | 0.15-0.23-0.30 | <2 ACM300
ACU2500 ACU2500
ACK200 ACK200
Cast Iron | 250HB 100-200-250 | 0.10-0.25-0.40 | <5 | ACK300 Cast Iron | 250HB | 100-200-250 | 0.10-0.30-0.50 | <2 | ACK300
XCU2500 XCU2500
XCK2000 XCK2000
Non-Ferous Mees| ~ — 500-750-1,000 | 0.15-0.23-0.30 | <3 | DL1000 Exotic ACU2500
_ ACU2500 Al = 30- 50 -80 | 0.10-0.20-0.30 | <2 |ACM200
E’&‘Ifg;f - 30-50-80 | 0.10-0.20-0.30 | <3 | ACM200 Y ACM300
ACM300 PP The cutting conditions above are a guide. Actual conditions will need to be adjusted

WP 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.

B Precautions when Using Wiper Inserts with Holes @ When mounting the wiper insert, attach it as shown in Fig 1.

Fig 1

A

Fige 1]
g i\

according to machine rigidity, work clamp rigidity, depth of cut and other factors.

When mounted as shown in Fig 2, normal machined surface roughness cannot be obtained.
@ The wiper insert has a single corner specification.
@ Refer to page N17 of Technical Guidance for details about milling with wiper inserts.

SJ9)1n
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SEC-Sumi Dual Mill

DGC 13000R(S) type B KNS

Rake Radial -10° / /
LG Axial 5° 1l 6 4 °H 3nm 4 0

(SNMT/SNET) (ONMT/ONET)  Face Miling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 DCSFMS Fig 6 DCSFMS
DCSFMS DCSFMS .
et DCB DCSFMS oeB. T e E— s 01018 o
=5, ol DCB =) o -0 a e~ 4-0
By @f i T Qi@vﬂw S KW:VY[ T SZ&KW:WE ]
) < =k ! & i1 &l 1 =i
£s g N 8. s B L B s 8 J B -
=5 ] FEEh e
E :
o D1 otz ‘ D1 ~ D1 D1 D1
bC 046 DC DC DC DC
DCX ' '
DC DCX DCX DCX DCX
DCX ‘ ‘
BOdy (Standard PltCh) Dimensions (mm)
g Cat. No _(;) Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Number Welght Fi
E ’ ’ 5 DC DCX |DCSFMS LF DCB KWW KDP CBDP D1 of Teeth (kg) 9
Py DGC 13040RS @ | 40(42.9) | 54(50.8) 36 [40(38.44)| 16 8.4 5.6 18 13.5 3 0.3 1
3 13050RS @ | 50(52.9) | 64(60.8) 40 |40(38.44)| 22 10.4 6.3 20 18 3 0.4 1
& 13063RS @ | 63(65.9) | 77(73.9) 50 [40(38.44)| 22 10.4 6.3 20 18 4 05 |1
[ L 13080RS @ | '80(82.9) | 94(90.8) 60 [50(48.44)| 27 12.4 7 25 20 4 1.2 1
ﬁ 2 o 13100RS @ 100(102.9) | 114(110.8) 70 |50(48.44)| 32 14.4 8.5 32 46 5 1.6 3
3§ = 13125RS @ | 125(127.9) | 139(135.8) 80 |63(61.44)| 40 16.4 95 29 52 6 2.8 1
;}:, 2 13160RS @ 160(162.9) | 174(170.8) 100 63(61.44)| 40 16.4 9.5 29 88 7 4.5 5
13200RS @ |200(202.9) [ 214(210.8) 130 |63(61.44)| 60 25.7 14 35 130 8 71 6
- 13250RS @ | 250(252.9) | 264(260.8) 130 63(61.44)| 60 25.7 14 35 160 10 11.2 6
5 DGC 13080R @ | '80(82.9) | 94(90.8) 60 |50(48.44)| 25.4 9.5 6 25 20 4 1.2 1
T 13100R @ |'100(102.9) | 114(110.8) 70 |63(61.44)| 31.75 12.7 8 32.5 28 5 2.2 2
_'E: 5 13125R @ |125(127.9) | 139(135.8) 80 [63(61.44)| 38.1 15.9 10 35.5 53] 6 2.8 1
T £ 13160R @ |160(162.9) | 174(170.8) 100 |63(61.44)| 50.8 19.1 11 38 72 7 4.5 4
13200R @ |200(202.9) [ 214(210.8) 130 |63(61.44)| 47.625 25.4 14 85 130 8 71 6
. 9 13250R @ | 250(252.9) | 264(260.8) 130 63(61.44)| 47.625 25.4 14 35 150 10 11.2 6
= 8_ () indicates value for ONMT/ONET type inserts.
§ 5 Inserts are sold separately. Sizes 160mm and above do not have coolant holes.
o m @@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
'g Insert Dimensions (mm)
2 P - Cemented
I Grade Classification Coated Carbide Catide DLC | Cermet
High-speed/Light Cutting | & | B | [ | [KJIK] e |8 [N] [F4
Q o |Process| Medium Cutting | & | B [KJK] KsIIN] [P]
SE Roughing | @ [ ;
5 '§ Q| Q8| o|lo|lo|Q|lo|lo|o|a o < )
g& 3l2le|g8|8|1818/8/8|-I18] &8 | 8
Cat. No. S8 % % % g 6 é g LED T = ) Fig
X I |<|<|<|R|<|<|x|<| |¥| B F 69
%g SNMT 13T6ANER-L © © © © @ & & ©® — — — 1
S 13T6ANER-G © ©®© ®© & & & 0o o [ [ J 1
S22 13T6ANER-H © & ®© & ® @ & o — — — 1
P 13T6ANER-FL © © © & © ® © o = = = 2
o 13T6ANER-FG © © © © © ® © © — — — 2
£ | SNET 13T6ANER-L e e 1 :
-“E-’ 13T6ANER-G [ 2K J 1
g 13T6ANER-FL [ BN J 2
(5} 13T6ANER-FG [ 2K J 2
- 13T6ANFR-S ° ° 1 m
§ »| | XNEU 13T6ANEN-W | @ | @ [ ] [ ] [ ] [ J 3
a; E ONMT 05T6ANER-L ( AN BN BN BN BN AN AN ) - - - 4 Wiper inserts can only be used in combination
"'é' g 05T6ANER-G ©/ © © © © © @ © — — — 4| with 8-cornered inserts (SNMT/SNET).
o ONET 05T6ANER-L [ BN 4
05T6ANER-G [ 2K J 4
-E The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Recommended Cutting Conditions 1€ H31
g
o 8 Refer to H31 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
=D nsert e
2s = Shim Screw Identification Code
O =
. Flat Insert S
DGC 13 040 R S
Series Code Insert Cutter Dia. Feed Metric
Size Direction Bore
Parts (Sold Separately)
Applicable Cutter Shim Shim Screw | Wrench Flat Insert Screw Integrated Wrench H Detachfable Wrenph Anti-seizure Cream Flat Insert Screw (*)
andle Grip Bit
DC 940 to 125 — HPS1015  [TRB15IP
Other than above DGCS13R | BWO609F |[LHO40 |BFTX0412IP N-m 3.0 TRDR15IP — — SUMI-P BFTX0418IP @3.0

*Insert corners can be changed simply by loosening the screw. Only applies to @80mm size DGC/DGCM types.

H32 N-m, Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-Sumi Dual Mill

DGC Steel Cast Iron  Non-Femusletdl | Exotic Alloy

] (o 5] o 45

(SNMT/SNET) (ONMT/ONET)  Face Miling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 Fig 6
DCSEMS DCSFMS 6Ig(;SFMS 10D1068FMS
DCSFMS DCB DCSFMS DB T ot |
DCB 2 KWW DCB 5 kww | O-m 4-g14 n.@’ 4-918
KW n?l; K S S oKX -
< al 1 <4 4 i
st BN sy B J & J 5 .
O] ~ - 8 = S © - 3
D1, alf ‘ D1 D1 D1 D1
bc % DC | DC | DC DC
DCX DC DCX DCX DCX DCX
DCX ‘ ‘ '
BOdy (Fine PltCh) Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Number Welght E
) ) ) DC DCX |DCSFMS LF DCB KWW KDP CBDP D1 of Teeth (kg) 9
DGCM 13050RS |® 50(52.9)| 64(60.8) 40 40(38.44)| 22 104 6.3 20 18 4 0.3 |1
13063RS © 63(65.9)| 77(73.8) 50 40(38.44)| 22 104 6.3 20 18 5 0.5 |1
o 13080RS @ | '80(82.9)| 94(90.8) 60 [50(48.44)| 27 12.4 7 25 20 6 11 |1
= 13100RS | @®| 100(102.9)(114(110.8) 70 |50(48.44)| 32 14.4 8.5 32 46 7 15 |3
% 13125RS | @ | 125(127.9)(139(135.8) 80 |63(61.44)| 40 16.4 9.5 29 52 8 28 |1
13160RS @ | 160(162.9)|174(170.8) 100 [63(61.44)| 40 16.4 9.5 29 88 10 46 |5
13200RS | @ | 200(202.9)(214(210.8) 130 |63(61.44)| 60 25.7 14 35 130 12 7 6
13250RS | @ | 250(252.9)|264(260.8) 130 [63(61.44)| 60 25.7 14 35 160 14 111 |6
DGCM 13080R |®| '80(82.9)| 94(90.8) 60 [50(48.44)| 25.4 9.5 6 25 20 6 11 |1
13100R | @ 100(102.9)(114(110.8) 70 |63(61.44)| 31.75 12.7 8 32.5 28 7 22 |2
S 13125R | @ | 125(127.9)(139(135.8) 80 |63(61.44)| 38.1 15.9 10 35.5 55 8 28 |1
£ 13160R | @ | 160(162.9)|174(170.8) 100 [63(61.44)| 50.8 19.1 11 38 72 10 46 |4
13200R | @ | 200(202.9)(214(210.8) 130 |63(61.44)| 47.625 25.4 14 35 130 12 7 6
13250R | @ | 250(252.9)|264(260.8) 130 |63(61.44)| 47.625 25.4 14 35 150 14 111 |6
() indicates value for ONMT/ONET type inserts. Inserts are sold separately. Sizes 160mm and above do not have coolant holes.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide ngmzd DLC | Cermet
High-speed/Light Cutting | & | (3| | |3 I N] [F4
Process| Medium Cutting |& |En 7| [@E] |5 <SJRN] [P]
Roughing  |§& (KIIlE i
oo o ol o
252|88/8|88|58|-8l 8| 3 -
Cat. No. S%%%%§%5§§I¥: © Fig
212|2|2|2|2|%|<2 2|8 |U] B F
SNMT 13T6ANER-L (@ (@ (@ (@0 e 0 0@ — — ek o
13T6ANER-G © © & & & & & o o [ J 1
13T6ANER-H © ©® & & ® & & ©® — — — 1
13T6ANER-FL © © © © © & © © = = = 2
13T6ANER-FG | ® © © © ®© © © © — — — 2| Figs
SNET 13T6ANER-L ( 2N J 1 — 2 ]
13T6ANER-G [ 2N J 1. A~ °
13T6ANER-FL o0 2|10~
13T6ANER-FG [ 2N J 2 \Na
13T6ANFR-S [ ] [ ) 1 18.3 6.6 6.0
XNEU 13T6ANEN-W @ @ [ ] [ ] [ [ J 3
ONMT 05T6ANER-L o 000606 0 0O — — — 4 Wiper inserts can only be used in combination
O5T6ANER-G © © © @ © @ @ © _ _ _ 4 with 8-cornered inserts (SNMT/SNET).
ONET 05T6ANER-L ( 2N J 4
05T6ANER-G e e 4
The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance.
Refer to H31 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
Insert . )
Shim Screw Identification Code

DGC M 13050 R S

Series Code Fine Pitch Insert Cutter Dia. Feed Metric

Size Direction Bore
Parts (Sold Separately)
Applicable Cutter Shim Shim Screw | Wrench Flat Insert Screw Integrated Wrench Detachfable Wrenph Anti-seizure Cream Flat Insert Screw (*)
Handle Grip Bit
DC 250 to 125 — HPS1015  [TRB15IP O
Other than above DGCS13R [BWOG09F |LH040 |BFTX0412IP N-m 3.0 TRDR1GIP — — SUMI-P BFTX0418IP N-m3.0

*Insert corners can be changed simply by loosening the screw. Only applies to @80mm size DGC/DGCM types.

N-mRecommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H33



SEC-Sumi Dual Mill

DGCF 13000R(S) type BLULKINIS
B 454

(SNMT/SNET) (ONMT/ONET)  Face Miling
Fig 1 Fig 2 Fig 3 Fig 4 N FI9s posems Fi9® posrms
DCSFMS DCSFMS 0B ] o R ol0ls .
DCB, DCB_ & Kkww Skww| 4ol Sy | 4018
K KWW 141 el = Sy
o o Sf afl- afl [ 1] el [ 1]
g & o 2 8 2
£2 2l L 4 L S S S S
=5 ] o] ™
s 3 3
20 D1, D1 D1 D1 D1
bC DC ‘ DC ‘ DC DC
DCX DCX | DCX | DCX | DCX
BOdy (EXtra Fine PltCh) Dimensions (mm)
g Cat. No ?é Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Number Welght H
= T &| DC DCX |DCSFMS| LF DCB KWw KDP | CBDP D1 of Teeth | (kg) |™
® DGCF 13050RS |@® | 50(52.9) | 64(60.8) 40 40(38.44)| 22 104 6.3 20 18 5 0.3 1
§ 13063RS |@| 63(65.9) | 77(73.9) 50 40(38.44)| 22 10.4 6.3 20 18 6 0.5 1
o 13080RS |@| '80(82.9) | 94(90.8) 60 [50(48.44)| 27 12.4 7 25 20 8 1.1 1
o = 13100RS | @ [100(102.9)|114(110.8) 70 |50(48.44)| 32 14.4 8.5 32 46 10 1.4 S
g E’ % 13125RS | @ |125(127.9)|139(135.8) 80 |63(61.44)| 40 16.4 9.5 29 52 12 2.7 1
2 E 13160RS | @ |160(162.9)|174(170.8) 100 |63(61.44)| 40 16.4 9.5 29 88 14 4.4 5
2 13200RS | @ 200(202.9)|214(210.8) 130 63(61.44)| 60 25.7 14 35 130 16 6.9 6
13250RS | @ |250(252.9) | 264(260.8) 130 |63(61.44)| 60 25.7 14 35 160 18 11 6
® DGCF 13080R @ | '80(82.9) | 94(90.8) 60 [50(48.44)| 25.4 9.5 6 25 20 8 1.1 1
|.‘:|.’ 13100R @ 1100(102.9) 114(110.8) 70 |63(61.44)| 31.75 12.7 8 32.5 28 10 2.1 2
= I 13125R @ | 125(127.9) | 139(135.8) 80 |63(61.44)| 38.1 15.9 10 35.5 55 12 2.7 1
T = 13160R @ (160(162.9) | 174(170.8) 100 [63(61.44)| 50.8 19.1 11 38 72 14 4.4 4
13200R @ 200(202.9) | 214(210.8) 130 63(61.44)| 47.625 25.4 14 35 130 16 6.9 6
.8 13250R @ |250(252.9) | 264(260.8) 130 |63(61.44)| 47.625 25.4 14 35 150 18 11 6
= g_ () indicates value for ONMT/ONET type inserts. Inserts are sold separately. Sizes 6160mm and above do not have coolant holes.
§ E_ m For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
a i : Cemented
= Grade Classification Coated Carbide Cahide DLC |Cermet
]
o High-speed/Light Cutting | &5 | & | [ [KJ[K] M4 1 @
Process [Medium Cutting| & | & <] N] [P}
Qo Roughing  |G& @ | i
% £ 38lglglgl8lgelglgls ol o <
5o Le2R8|8el88 -] 8 | 8 -
g2 Cat. No. SS5|58 R 2%22T 8 5 o |Fig
= 212|222 8|2 RE|]| M| & | F —
o2 | SNMT 13TGANER-L © © © © © ® ® © — — — |1 e
%E 13T6ANER-G © ©® & & & & o o ([ J o |1
3 13T6ANER-H (@ (@ ® © © ® © O — - 1
29 13T6ANER-FL | ®© © © © ®© ©® © © — = — |2
= 13T6ANER-FG |® © @ © © @ @ ©® — — | — 12| Figs
2 | SNET 13T6ANER-L [ BN J 1 — 25 ]
K 13T6ANER-G e e 1 . A 0
E 13T6ANER-FL ® e 2| s 1~
= 13T6ANER-FG [ BN J 2 1
13T6ANFR-S o [ 1 18.3 6.0,
g XNEU 13T6ANEN-W | @ [ ] [ ] [ ] ® |3
% % ONMT 05T6ANER-L [ 2K AN K BK BK BK 3K ) = — — 4 Wiper inserts can only be used in combination
w g 05T6ANER-G | @ (NN X — — — 4 with 8-cornered inserts (SNMT/SNET).
S~ | ONET 05T6ANER-L o0 4
05T6ANER-G ( JKJ 4
c‘g The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance. Recommended Cutting Conditions 1€ H31
g :-)_ Refer to H31 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
= Insert
§ S Shim Screw Identification Code
ac
Flat Insert Screw
Shim DGC F 13 050 R S
Series Code Extra Insert Dia. Feed Metric
Fine Pitch  Size Direction Bore
Parts (Sold Separately)
Applicable Cutter Shim Shim Screw | Wrench Flat Insert Screw Integrated Wrench Har?;t:g:?pble Wrel;i;:h Anti-seizure Cream Flat Insert Screw (*)
DC 050 to 125 — HPS1015  [TRB15IP o
Other than above DGCS13R |[BWO0609F LHO040 |BFTX0412IP N-m3.0 TRDRI5IP — — SUMI-P BFTX0418IP @3.0

*Insert corners can be changed simply by loosening the screw. Only applies to @80mm size DGC/DGCM types.

H34 N-mRecommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-Sumi Dual Mill

DGC 5 CastKIvon Namm\ Exﬁcy
GEVEN Radial -10° I I
Angle IR 5 6 /45:‘ | S ﬁ ‘

(SNMT/SNET) (ONMT/ONET)  Face Miling
Fig 1
< | = 2%
fal = .=
2 3
LH
: m
Body (Shank type) Dimensions (mm)
S Dia. Max. Dia. Shank Head Overall Length Number of Weight . &
Cat. No. g DC DCX DMM LH LF Teeth ko) |19 8
DGC 13040EW [ ] 40(42.9) 54(50.8) 32 40(38.44) 125 3 0.7 1 E
13050EW [ J 50(52.9) 64(60.8) 32 40(38.44) 125 & 0.9 1 5
13063EW [ J 63(65.9) 77(73.8) 32 40(38.44) 125 4 1.1 1 -
() indicates value for ONMT/ONET type inserts.
Inserts are sold separately.
Insert Dimensions (mm)
I . Cemented
Grade Classification Coated Carbide Catide DLC |Cermet
High-speed/Light Cutting & [fm (@] | [R[@®] [M&] (] | 0
Process| Medium Cutting |& || |FW 0|33 |4 |80 @
Roughing & @ [ )
oo
2212888i58818 -5 88| .
Cat. No. glag fRgEessSE|e 2 B |Fig
Al2clc|lac|s|a|lo|a|a | o 2
QIR |<|<|R|<|<|<|<| |¥| B - —
SNMT 13T6ANER-L © © © © © ®© ® © — — — |1 -
13T6ANER-G © | ®© © © © ® © © ( J o |1
13T6ANER-H © ® & © & @ & © — — — |1
13T6ANER-FL  © ©® © © © & © O = = = |2
13T6ANER-FG | ® | @ (@ @ @ ® @ ® — — | = 12| Ffigs GET=I==S
SNET 13T6ANER-L [ BN ) 1 — 2 ]
13T6ANER-G o0 1 AN [
13T6ANER-FL o0 2|21 W
13T6ANER-FG [ BN J 2 \N@
13T6ANFR-S () [ J 1 18.3 6.0
XNEU 13T6ANEN-W [ ] [ [ J ® |3
ONMT 05T6ANER-L ® 000000 o = = = 4 Wiper inserts can only be used in combination
05T6ANER-G o000 00 _ _ _ 4 with 8-cornered inserts (SNMT/SNET).
ONET 05T6ANER-L [ BN ) 4
05T6ANER-G [ 2K ) 4
The ACP100 and ACK200 may vary in colour or lustre, but these variations do not affect the performance.
Refer to H31 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions).
Insert Shim s Identification Code
im Screw
Flat Insert Screw ) DGC 1 3 040 EW
,—Sh'm Series Code Insert Size Dia. Shank
: I
Parts
Shim  [Shim Screw| Wrench | Flat Insert Screw | Wrench | Antistizure Cream

@& < & ¢ /7

DGCS13R|BW0609F |LH040 BFTX0412IP 3.0 |[TRDR15IP|SUMI-P

N-mRecommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H35



Steel Cast Iron [ NorFerous Netd

Rake Radial -7°
Angle Axial 27° 5.5 45° ‘

Face Millng

Fig 1 Fig 2 Fig 3 Fig 4
’ ’ ’ 8D ’ g(D)SFMS
BD ?;ST’ DCSFMS 0177.8
DCSFMS o oSS, o, 21016 ,.0101.6
» o pce 4..DbCB o, bcB 4-018 & DCB |8 |02
g o € X kww KWW == <iww| M [T
=2 N oy o \ ag ! o |
E 3 g# mI w ml w 8I w
(6] o L_IL Q ) Q | Q 3
013-tH - - )
020 == DC DC DC
be Figure shows right-handed (R) tool.
o BOdy Dimensions (mm)
E Cat. No Stock Dia. External Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth [Mounting Depth| Number | Weight Fi
= B R|L DC BD DCSFMS LF DCB KWW KDP CBDP | of Teeth (k) 9
S UFO 4080R/L |® ‘80 102 60 50 25.4 9.5 6 25 4 21 |1
w 4100R/L o 100 122 70 50 31.75 12.7 8 62 5) 2.9 2

c 4125R/L [ J 125 146 75 63 38.1 15.9 10 38 6 4.2 2

e 4160R/L o 160 180 100 63 50.8 191 11 38 8 6.6 2

- 4200R/L ([ J 200 220 130 63 47.625 25.4 14 35 10 9.5 3

4250R/L ([ ) 250 270 130 63 47.625 25.4 14 35 12 14.8 3
4315R/L 315 335 240 80 47.625 25.4 14 35 14 26.6 4
Inserts are sold separately.
@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
P . Cemented
Grade Classification Coated Carbide Carbide Cermet Fig 1 Fig 2 (Grades in ACP/ACK series)
High-speed/Light Cutting| [ K] ™M) Kl f»;y ‘”;7
Process| General-purpose EANK] [PRIK] [K] 2 B g 9 o g &
Roughing 4 [K] o - A h
olo|lo|lo]|o 12.70 3.97 12.70 3.97
S| o|o|o o (N|=|w w < —
o|loc|o|o|o|lgF|<|o I N i9 ig4
|| < | x| < W;y a}

SFEN 12T3AZTN ® o [ [ 1 E o B AN E PR
12T3AZTN-S ° 1 Hiay) ® N ™
12T3AZTN-W 1 12.70 | |397 12.70 |3.97
12T3AZFN [ J 1 Fig5

SFKN 12T3AZTN ( BN BN J [ J 209)
12T3AZTN-S ° 3 (] N] -
12T3AZTN-W 3 A - 1 &
12T3AZFN e oo ° 29 s

SFKR 12T3AZEN [ ] [ J 4

UW 12500R [ J 5

-S: Sharp Edged, -W: Strong Edged.
%Fouble Screw Recommended Cutting Conditions
Work Cuttin i
| g Speed ve (m/min) | Feed Rate fz (mm/t) Insert
4SR
shi Insert Glamp Plate IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. Grade
im *
N \ General Steel | 180t0280HB | 100-175-250 0.15-0.23-0.30 | ACP200
Insert ‘, - Mild Steel| <180HB | 125-210-300 | 0.15-0.23-0.30 | ACP200
Die Steel | 200 to 220HB 80-140-200 0.15-0.20-0.25 | ACP200
’ Stainless Steel — 160-190-220 0.15-0.23-0.30 | ACP300
% Cast Iron | 250HB 60-155-250 0.15-0.23-0.30 | ACK200
Non-Ferrous Alloy = 300-550-800 0.15-0.23-0.30 H1
NP 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.

Parts

Shim Locator Locator Clamp | Insert Clamp Plate Double Screw
Applicable Cutter R Q) .
O ® O - | e

UFO 4000R type UF4SR UF4KR UFKWR UFTWR WB7-15T M7 8.0

UFO 4000L type UF4SL UF4KL UFKWL UFTWL WB7-15T M7 8.0

T-wrench (TT25) is included as a standard accessory.

H36

@ Recommended Tightening Torque (N-m)




SEC-SUMI UFO Mill

UFO 5

Steel Cast Iron [ NorFeros Neta

Rake Radial
N Axial 27° I 7.5 45° ‘
Face Milling
Fig 1 Fig 2 Fig 3 BD Fig4 gp
8D BD DCSFMS DOSMS
DCSFMS DCSFMS D_fa101 .6 21016
o peg | &.DCB, g DCB 4018 & DCB " |4-018|4-022
Q == 4 X - it
< Kww Kww X RWW
o K ol 7l Swnmm B o ‘
o 2 2 gl
o W Q Y Q 5 @) Y
013+ 14 1 A 1
220 b DC DC DC
bC Figure shows right-handed (R) tool.
BOdy Dimensions (mm)
Cat. No Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Number of Welght Fi
T R|L DC BD DCSFMS LF DCB KWW KDP CBDP Teeth (k) 9
UFO 5080R/L ‘80 102 60 50 25.4 9.5 6 25 4 2.0 1
5100R/L (@ 100 119 70 50 31.75 12.7 8 32 5 2.8 2
c 5125R/L @ 125 143 75 63 38.1 15.9 10 38 6 4.0 2
e 5160R/L @ 160 177 100 63 50.8 19.1 11 38 8 6.4 2
- 5200R/L |@ 200 217 130 63 47.625 25.4 14 35 10 92 |3
5250R/L 250 267 130 63 47.625 25.4 14 85 12 14.4 S
5315R/L 315 332 240 80 47.625 25.4 14 35 14 26.1 4

Inserts are sold separately.

@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Insert

Dimensions (mm)

Coated Carbide Cemented Carbide

Grade Classification Cermet
High-speed/Light Cutting
General-purpose

Roughing

0]
=

Process

Cat. No.

G10E
H1
H10E
o
«Q

ACP300 YS9
ACK300 B3

ACK200
EH20Z

® | ACP200 S

@ ACP100
@® A30N
@ T250A

SFEN 1504AZTN
1504AZTN-S
1504AZTN-W
1504AZFN

SFKN 1504AZTN
1504AZTN-S
1504AZTN-W
1504AZFN

UW 15500R

—_ g

N
=

Soo

N

Fig 1

15.875

15.875

Fig 3

15.875

15.875

A
A

Fig 4

Fig 2 (Grades in ACP/ACK series)
rb ;E\
Wlper Insert

1
4.76+0025

O
%4
15.875

15.875

1

-S: Sharp Edged, -W: Strong Edged.

Recommended Cutting Conditions

%f)ouble Screw
[Engraved Mark]
o,

Work i i
5SR 1SO or \ Hardness Cu.ttlng Spe-ed ve (m/min) feed Ra?e fz (mmA) Insert
shi Material Min. - Optimum - Max. | Min. - Optimum - Max. Grade
im
Insert General Steel | 180t0280HB | 100-175-250 0.15-0.23-0.30 | ACP200
Mild Steel| <180HB | 125-210-300 0.15-0.23-0.30 | ACP200
Die Steel | 200 to 220HB 80-140-200 0.15-0.20-0.25 | ACP200
k'j"’aw % Stainless Stee| 160-190-220 | 0.15-0.23-0.30 | ACP300
Souple Castlron| 250HB 60-155-250 | 0.15-0.23-0.30 | ACK200
Clamp Plate@ Non-Ferrous Alloy — 300-550-800 0.15-0.23-0.30 H1
o ¥ 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.

SJ9)1n
----- somnoces [Jfm o SN

Parts
Shim Locator Locator Clamp | Insert Clamp Plate Double Screw
Applicable Cutter TR \\\\ .
Y || & P | = | &
UFO 5000R type UF5SR UF5KR UFKWR UFTWR WB7-15T M7 8.0
UFO 5000L type UF5SL UF5KL UFKWL UFTWL WB7-15T M7 8.0

T-wrench (TT25) is included as a standard accessory.

N-m Recommended Tightening Torque (N-m)

H37



Rake Radial -7°
Angle Axial 27° 5.5 45° ‘

Face Millng

P

Steel

Cast Iron |5 Non-Ferous Netd

Fig 1
=
=
(2] 2 (& [a] =
Al e
2 K o a
=5
=43)
40
o BOdy Dimensions (mm)
£ Cat. No %‘é Dia. External Dia. Shank Number of Maximum Axial Radial Fi
s - » DC BD DMM Teeth Depth of Cut Rake Rake 9
¢ | UFO 4050ER ([ 50 74 32 4 1
& 4050ERS42 50 74 42 4 1
4063ER o 63 86 32 5 1
4063ERS42 63 86 42 5 55 Lo70 70 1
4080ER ( 80 102 32 6 ’ 1
4080ERS42 80 102 42 6 1
4100ER 100 123 32 7 1
4100ERS42 100 123 42 7 1
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cgmghéed Cermet
. . . arbige Fig 1 Fig 2 (For ACP/ACK series)
High-speed/Light Cutting| [ (K] ™M K o g o
Process | General-purpose FANK] [P K] [K] [P] )2( S )X T of B
Roughing 7 (K] K = EASIE
o|lo|lo|o| o .
3|8|a|3|8|N|=|w w < 12.70 3.97 12.70 3.97
Cat. No. EE 8§ S S5 2lz |2 8 |Fig
< T Fig 3 o Fig 4 .
Il |z |z | x|V = '”b‘ _ R o &
SFEN 12T3AZTN o o o [ ] 1 N kR T\ €
12T3AZTN-S [ 1 %@ o A\ NIE
12T3AZTN-W 1 12.70 3.97 12.70 3.97
12T3AZFN [ ) 1] H >
SFKN 12T3AZTN [ BN BN J [ J 2(3)| Fig 5 < MG
12T3AZTN-S ° 3 I Y
12T3AZTN-W 3 D 5
12T3AZFN e oo ) 20) & W g
SFKR 12T3AZEN [ [ J 4 <10
UW 12500R [ J 5)
%\Double Screw Recommended Cutting Conditions
y Diameter @50 to 63mm
4SR @; Insert Clamp Plate
Shim N 2 Work Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert
. X ISO . Hardness | R . "
Insert Material Min. - Optimum - Max. | Min. - Optimum - Max. Grade
O Carbon Steel | 180t0280HB | 100-125-200 0.10-0.20-0.30 | ACP200
Locator A" / Alloy Steel | 180 to 280HB 80-100-180 0.10-0.20-0.30 | ACP200
Doub& % ) ) Cast Iron | 250HB 80-100-120 0.10-0.20-0.30 | ACK200
Screw S \,/ P Non-Ferrous Metals — 80-160-250 0.05-0.15-0.20 HA1
Clamp ,// NP The cutting conditions above are a guide. Actual conditions will need to be adjusted
Plate N according to machine rigidity, work clamp rigidity, depth of cut and other factors.
I Parts Diameter @80 to o100mm
i Locator | Insert Work Cutting Speed ve (imin) | Feed Ratefz(mm/) |  Insert
Shim |Locator Double Screw Wrench | H utting Speed ve (m/min) | Feed Rate fz (mm/f) nse
Clamp Plate|Clamp Plate SO Material | 2SS | i, - Optimum - ax. | Min. - Optimum - Max, | Grade
X < \\ ] Carbon Steel | 180t0280HB | 100-125-200 0.10-0.25-0.40 | ACP200
@ M @ @\\\\\\ Size @ /& Alloy Steel | 180t0280HB |  80-100-180 | 0.10-0.25-0.40 | ACP200
\/ Cast Iron| 250HB 80-100-120 0.10-0.25-0.40 | ACK200
UF4SR |UF4KR |[UFKWR |UFTWR |WB7-15T| M7 | 8.0 [TT25 Non-Ferrous Metals — 80-160-250 0.05-0.25-0.30 H1

T-wrench (TT25) is included as a standard accessory.

@ Recommended Tightening Torque (N-m)

H38

INP¥§ 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.



SEC-MILL

G RC Steel Exotic Alloy

Rake 10,
Angle Axial 25°

Face Milling

Fig 1 Fig 2 Fig 3 BD
BD BD DCSFMS
DCSFMS DCSFM,S o 0101.6
o DCB & [DcB & e,
2 [ S ¥ [ 4018,
o m o o ¢ ! ‘ ?
[a) [a) a
| 4 W CQi W @y ] w
O - 3 O / — O \ ,—\L_I
026 >
. 2)583 DC DC
bC Figure shows right-handed (R) tool
BOdy Dimensions (mm)
Cat. No Stock Dia. External Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth [Mounting Depth| Number | Weight Fi
e R|L DC BD DCSFMS LF DCB KWW KDP CBDP | of Teeth (k) 9
GRC 6080R/L A ‘80 101 60 50 25.4 9.5 6 25 4 2.3 1
6100R/L A 100 119 70 50 31.75 12.7 8 32 5 2.9 2
5 6125R/L A 125 143 80 63 38.1 15.9 10 38 6 5.1 2
£ 6160R/L A 160 177 100 63 50.8 19.1 11 38 8 7.5 2
6200R/L 200 218 130 63 47.625 25.4 13.5 38 10 11.0 3
6250R/L 250 268 180 63 47.625 25.4 186 38 12 16.3 S

Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide
High-speed/Light Cutting| [z 3 ™ .
Process| General-purpose & K] [P] Fig 1
Roughing /V\ N
o o
Q| 3 !
Cat. No. o o Fig ‘
O Q
< <
RGEN 2004SN-S A A 1 LATe
2004SN-I
2004SN-T A 1
-S: For Stainless Steel, -I: For Inconel, -T: For Titanium Alloys.
Recommended Cutting Conditions
Loca}or Screw GRKR p
x9)) % 80| WO | Liraness |CutingSpeedvo (i) | Feed Retefz(omt) | Insert
\ Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
T 1 Die Steel | 200 to 220HB 80-120-160 0.15-0.23-0.30 | ACP200
Locator X M |Stainless Steel = 120-150-180 0.15-0.23-0.30 | ACP200
Insert Eno o Mark A\ N Inconel — 40- 45 -50 0.10-0.15-0.20 EH20Z
[Engraved Mark] _ré‘éﬁ,\m gl TenumAloy | — 40-60 80 | 0.10-0.15-0.20 | EH20Z

—

The cutting conditions above are a guide. Actual conditions will need to be adjusted

Not
o€ according to machine rigidity, work clamp rigidity, depth of cut and other factors.

W' : Clamp Plate

Double Screw

Parts
Locator Locator Screw Clamp Plate Double Screw Wrench
Applicable Cutter @ @ ; O ‘\\\\\ .
Size N-m \\\ Size @ £
A S
GRC 6080R to GRC 6250R GRKR BH0410T M4 3.0 |GRWR WB8-22T M8 8.0 |TT27
GRC 6080L to GRC 6250L GRKL BH0410T M4 3.0 |GRWL WB8-22T M8 8.0 |TT27

ACP100
ACK200
ACK300 B3
» | EH20Z
> A30N
Q
8
8
7
SJ3]1n
Flniees naseson s, SUDCSS | copn | e || SO pessuon | gty oonweoes [T o] SONID

N-m Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) H39



Steel Cast Iron [ NorFerous Netd

1651 451 8.5 45 >

(4000 type) (5000 type)  FaceMiling

Fig 1 Fig 2 Fig 3 Fig 4
BD BD BD
DCSFMS BD DCSEMS DCSFMS
o DpCB DCSFMS 0101.6 0177.8
2w 8 ’__.DCB & DCB, |4-018 T
& aﬁ!ﬂﬁw o 1Ty TR T Ty
oM w| O B a %
e 5 B s BTy,
020/ P ez ]
DC DC DC DC
Figure shows right-handed kR) tool.
BOdy Dimensions (mm)
Cat. No. Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Number of We|ght Fi
R[L| DC BD | DCSFMS LF DCB Kww KDP CBDP Teeth (kg) 9
FPG 4080R/L ©|@® ‘80 104 60 50 25.4 9.5 6 25 4 1.9 1
4100R/L |@ 100 124 70 60 31.75 12.7 8 32 5 3.0 2
4125R/L © @ 125 148 105 60 38.1 15.9 10 38 6 4.5 2
4160R/L @ @ 160 182 135 60 50.8 19.1 11 38 8 6.7 2
4200R/L |@ 200 221 130 60 47.625 25.4 13.5 40 10 9.4 3
4250R/L (@ 250 271 130 70 47.625 25.4 185 40 12 16.2 S
S 4315R/L (@ 315 335 240 70 47.625 25.4 13.5 40 14 24.6 4
£ | FPG 5080R/L ‘80 104 60 50 25.4 9.5 6 25 4 1.9 1
5100R/L 100 124 70 60 31.75 12.7 8 32 5 3.0 2
5125R/L 125 148 105 60 38.1 15.9 10 38 6 45 2
5160R/L 160 182 135 60 50.8 19.1 11 38 8 6.7 2
5200R/L 200 221 130 60 47.625 25.4 185 40 10 9.4 S
5250R/L 250 271 130 70 47.625 25.4 13.5 40 12 16.2 3
5315R/L 315 335 240 70 47.625 25.4 185 40 14 24.6 4

Inserts are sold separately.

y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert

Dimensions (mm)

H40

Grade Classification Coated Carbide Cemented Cabide| Cermet | SUMIDIA
High-speedLight Cutting | [ K] (] P] 0O | 0 | Fig 1 (Grades in ACP/ACK series) Fig 2
Process| General-purpose 3 [P K] [PEENBEN] o N
| Roughing K] 00| %, ;’(( Y, }((
o|lo|lo|o| o o | o E4 I 4 R
3|la|la|a|a|lN|z|lw|S|<|8|8 O S S
Cat. No. Elale|elg g 8/2/3|8 2| § Fo * o - o
212|222 |u|*|9|c|F|8|3 12.70 3.18 12.70 3.18
SDEX 42MT ([ ® O | — |2
SDKN 42M e o o ® — | — WQFigs Fig 4 (Grades in AGP/ACK series)
NF-SDKN 42M — | — — === — — | @ | A |2 N 4 o
SDKN 42MT o O ([ J ® 0| | — |19 %Qo;” pr— %, % N L
42MT-W o — | |2 U ¢ o) &
SDNN1203AETN' (@ (@ | — | — | — |- | @ | — | —|@| —| — |2 g * & \T ] = o
SDMR 1203AEEN © | @ L4 —| =] |3 12.70 3.18 15.875 aze '
1203AETN | — | — | — | — | — | —|—|—|— | @®@| —| — |3 — 4
SDEX 53MT [ ® | — | — |5 _ _ ) )
SDKN 53M ol oo ® — | — |4p) Fig 5: Same as Fig 4 without hole
53MT e o o [ J ® | — | — |4H
Gat. No. marked *: M +0.08. [Engraved Mark] [Engraved Mark] nsert
Insert Application Table SR/AL
Locator
Body Insert . 'amp Plate
FPGA000 type SDOO42-- | Locator Screw (Right Thread) \ '\" Body
SDOO12-- _ ‘
Clamp Plate Screw (Right Thread)
FPG5000 type| SDOO53--
Parts Recommended Cutting Conditions
Locator| Locator Screw  |Clamp Plate|Clamp Plate Screw S0 Work Hard Outting Speed vc (m/min) | Feed Rate fz (mm/{) Insert
: Material araness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Applicable o Q N
Cutter @ Size @ ‘.? General Steel | 1800 280HB | 100-130-160 | 0.15-0.28-0.40 | ACP200
O \.’ W Mild Steel| <180HB | 125-210-300 | 0.15-0.28-0.40 | ACP200
Die Steel | 200 to 220HB 80-100-120 0.15-0.23-0.30 | ACP200
Eﬁgjgggf type b’;ﬁjﬁ EEW? M | Stainless Steel = 150-175-200 | 0.15-0.23-0.30 | ACP300
type R Cast | 250HB 60-155-250 0.15-0.23-0.30 | ACK200
FBH0512| M5 | 5.0 FBX0817 ast lron - - :
FPGS5000R type |LFPSR FPWR NonferousAloy|  — 300-650-1,000 | 0.15-0.23-0.30 | G10E
FPG5000L type LFP5L FPWL NP The cutting conditions above are a guide. Actual conditions will need to be adjusted

T-wrenches used are THO30 (locator screw) and TH040 (clamp plate screw).

according to machine rigidity, work clamp rigidity, depth of cut and other factors.

N-m) Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)



SEC-Multi Use Endmill

FPE 4

P

Steel | CastIron

Rake Radial -3°
N Axial 15° I 6.5 45° ‘
Face Milling
Fig 1
=
O =
a ) s
o om a
Ny
A
40
120
BOdy Dimensions (mm)
Cat. No § Dia. External Dia. Shank Number of Maximum Axial Radial Fi
o & DC BD DMM Teeth Depth of Cut Rake Rake 9
FPE 4050R [ J 50 73 32 3 1
4050RS42 50 73 42 8 1
4063R o 63 84 32 4 1
4063RS42 63 84 42 4 65 +15° g0 1
4080R [ J 80 100 32 4 ’ 1
4080RS42 80 100 42 4 1
4100R 100 118 32 5 1
4100RS42 100 118 42 5 1
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cahide| Cermet | SUMIDIA
High-speed/Light Cuting | [ K] [ [P} 0 | O | Fig1 (Grades in ACP/ACK series) Fig 2
Process|General-purpose [K] [PRNK] B0 0O RS N
Roughing A K] [NIN] @X( E %5 -
olo|lololo o | o 9 o ~ & N
s|lea|a|a|la|N|z | w|S|<|8|8 V} o 5 o .
Cat. No. ERE22/818/2/8|8|2/8 | - N
Q1212122 |u|<|°|c|F |88 12.70 3.18 12.70 318
SDEX 42MT o ® ® — | — 2 Fgs
SDKN 42M e o o [ J — | = 110 o,
NF-SDKN42M | — | — o el el el — | @ | A 2% Yo
SDKN 42MT [ N J [ e O — | — |19 \{ 3] R /
42MT-W () — |2 ] =
SDNN1203AETN* © @ | — | — | — | — | & | — | — | @ | — | — |2 1270 218
SDMR 1203AEEN | ® | © o — | —1]—18 - —
1203AETN | — | — |- |||~ |||~ ®]|—|—|8
Cat. No. marked *: M +0.08.
Parts Recommended Cutting Conditions
Locator ng::\zr CIDIT;Tep Clamp Plate Screw | Wrench Diameter 50 to 563mm
- SO Work Hardness Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
@ % \‘\\\\\\\\\\ Size @ % Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
l/ % % Carbon Steel| 180 to 280HB | 100-125-150 0.10-0.20-0.30 | ACP200
LFE4R  [FBHO512 FEWR _ |FBX0817 | M8 | 8.0 [TH040 Alloy Steel| 180t0 280HB|  80-100-120 | 0.10-0.20-0.30 | ACP200
Castlron | 250HB 80-100-120 0.10-0.20-0.30 | ACK300

N-m Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

Note

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.

Diameter 280 to 6100mm

SO Work Hardness Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Carbon Steel| 180 to 280HB | 100-125-150 0.10-0.25-0.40 | ACP200
Alloy Steel| 180 to 280HB 80-100-120 0.10-0.25-0.40 | ACP200
Cast Iron | 250HB 80-100-120 0.10-0.25-0.40 | ACK300

Note

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.

SJ9)1n
e T T Sl E S i

H41



Steel Cast Iron

554 154 @

(4000 type) (5000 type)  FaceMiling

Fig 1 Fig 2 Fig3  DCSFMS
DCSFMS DCSFMS 2101.6
& DCB o _DCB a  DcB
< KWW 4 Kww X KWW 4-01
o | Y \
8 # 4 1 % I % [ !
© 78 P 5
013 ! !
020 (s
DC DC DC
DCX DCX DCX
BOdy Dimensions (mm)
Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth [Mounting Depth| Number Weig ht .
el SESY o DCX |DCSFMS| LF DCB | KWW | KDP | CBDP | ofTeeth | (kg) |9
EHG 4080R o ‘80 95 60 50 25.4 9.5 6 25 4 1.3 1
4100R @ 100 114 70 50 31.75 12.7 8 32 5 2.0 2
4125R o 125 138 75 63 38.1 15.9 10 38 6 3.3 2
4160R [ ) 160 173 100 63 50.8 19.1 11 38 8 4.8 2
5 4200R (] 200 213 130 63 47.625 25.4 13.5 35 10 71 3
£ | EHG 5080R ‘80 100 60 50 25.4 9.5 6 25 4 1.5 1
5100R 100 118 70 50 31.75 12.7 8 32 5 2.2 2
5125R 125 143 75 63 38.1 15.9 10 38 6 3.6 2
5160R 160 178 100 63 50.8 19.1 11 38 8 5.2 2
5200R 200 218 130 63 47.625 25.4 13.5 35 10 7.6 3

Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide ng:z?ézd Cermet
High-speed/Light Cutting| (B | | |3 ™M
Process | General-purpose 7| 3] [PIIK] [P] Fig 1 Fig 2 (Grades in ACP/ACK series)
Roughing (K] - N . . %% . .
8188|188 N|z|w < Inscribed | .. "%ﬁ \ . & k% N . «
Cat. No. LalRg|8laglel 2 Circlo | KT | iy ¢) 19 e
SlG|G|o|o|E| 2|6 & $ N/ N/
I|z|x|< < |W = I
SECN 42MT ) ) 12.70 | 3.18 | 1 Ic - Ic S
42M 12.70 |3.18 | 1
SEEN 42MT [ AN AN J 12.70 | 3.18 | 3"
SEKN 42MT [ AN AN J o [ ) 12.70 | 3.18 2(3) _. _
42MT-W ® |[1270[3.18]|3 F'93V Fig 4 .
42M e o0 o 12.70 | 3.18 |2(3)| %, Notm L o4 Y iy .
SENN1203AFTN° (@ ||| — —|—|® —| ® [1270 318|3| <f | N«[(* “=JF=H) . O~
SEMR1203AFEN (@ | —|—|—|—|—|@®|—| — 1270 |3.18 |4 1 ]° SPIE
SEER 1203AFEN" ®| —|—|—|—|—|@®|— — 12.70 | 3.18 | 4 7
SECN 53MT 15.875| 4.76 | 1 Ic LS. Ic s,
53M 15.875| 4.76 | 1
SEKN 53MT [ AN AN J o o 15.875/ 4.76 | 3
53M [ 2K ) 15.875| 4.76 | 3

Cat. No. marked *: M +0.08 Chamfer 1.4 — 2.0.
Cat. No. marked **: M +0.025 Chamfer 2.0 — 2.2.
The shape of *-marked E class inserts differs slightly from the above figures.

Cap Screw

H42

i 1 Engraved Mark ¢
Insert Application Table D ved
Body Insert [ /
. Shi h 4
EHGA000 type | SEQN42 m QU
SEQO12-- Insert ] .
EHG5000 type | SEON53-- © / Recommended Cutting Conditions
)
v / . }
(S:;ZW /, SO Worlf Hardness Cu.ttmgSpe_edvc(m/mm) Feed Rafefz(mm/t) Insert
Parts Clampglate Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
- (General Steel 18010 280HB | 160-205-250 | 0.10-0.15-0.20 | ACP200
Aoplicable Sl Gl A Cp i LATENED Mild Steel| <180HB | 160-230-300 | 0.10-0.18-0.25 | ACP200
pC’))utter \\N\N\\ Size @ Die Steel |200t0220HB| 80-100-120 | 0.10-0.18-0.25 | ACP200
@ M [Stainless Steel — 160-180-200 | 0.10-0.20-0.30 | ACP300
Cast Iron | 250HB 80-100-120 | 0.10-0.20-0.30 | ACK200
EHGA000R type [EHK4R [EHW4R |, .., | M5 5.0 THO40 — S e —
EHG5000R type EHKSR EHWSR M5 Note € Cutling conditions above are a guiae. Actual conaitions will need to be adjustex

@ Recommended Tightening Torque (N-m)

according to machine rigidity, work clamp rigidity, depth of cut and other factors.
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High-efficiency Face Milling Cutters for Cast Iron and Cast Steel

B Product Range

B Features
@ Achieves high-efficiency milling with a max. 8mm depth of cut
@ Employs negative inserts with chipbreakers that have a strong cutting edge on
the double negative type body. Economical design using 8 corners
@ Supports general to high-efficiency high-feed milling with three body types.
Same inserts can be used with all types

Negative inserts with a rake angle achieve low cutting force and high-feed milling

- Medium Depth of Cut Small Depth of Cut

DNX(F) type pg:l%noesrg Itype DNHS type High Foed eypec High Feed uor
Max. Depth of Cut 8mm Max. Depth of Cut 5mm Max. Depth of Cut 3mm
Cutting Edge Angle 65° Cutting Edge Angle 24° Cutting Edge Angle 24°

DNX 12000R(S) 280 to . DNHS 12000R @ DNH 12000R
Dig, | Standard Ptch | 0250mm Dia, | Medium Depth| 080 to 52| || o | SmallDeptn | 080to | ¢ : 2 oo

" | DNXF 12000R(S) | @80 to — ’ of Cut 2160mm 5mm ’ of Cut 2160mm
Extra Fine Pitch | @160mm smm High Feed type High Feed type Smm

. Usage Region (Cuttlng CaSt |I‘0n) Cut carbon steel at 20 to 30% reduction.

* The following conditions are provided as a general guide. Actual conditions will need to be
adjusted according to tool overhang, machine rigidity, depth of cut and other factors.

Depth of Cut ap (mm)
(&}

nNnow s

-

DNHS type

DNH type

o

1,000
Table Feed Rate vf (mm/min)

B Recommended Cutting Conditions

2,000 3,000

- Milling
E Mill
[e¢]

| DNX type / DNXF type |

4,000

4,500

4,000

Combined Force (N)

2,500

3,500

3,000

B Comparison of Cutting Force

| 15% Reducti
Cutting Force

(Cutting
Conditions)

ve =200m/min
fz = 0.3mm/t
ap = 5mm

Dry

Work Material:
FC250

Tool Diameter:
100mm

DNX type

Competitor's
Product

| DNHS type/DNH type |

Work
ke Material
Cast Iron
Ductile
Cast Iron
Carbon Steel

Note

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.

Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
ez Min. - Optimum - Max. | Min. - Optimum - Max. | Grades 50 Material e Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
ACK200 ACK200
250HB 150-225-300 0.10-0.20-0.30 ACK300 Cast Iron 250HB 150-225-300 0.10-0.55-1.00 ACK300
ACK200 Ductile ACK200
250HB 150-200-250 0.10-0.18-0.25 ACK300 e i 250HB 150-200-250 0.10-0.55-1.00 ACK300
180t0 280HB | 150-175-200 0.10-0.15-0.20 | ACP200 Carbon Steel| 180 to 280HB | 150-175-200 0.10-0.45-0.80 | ACP200
Alloy Steel| 180t0 280HB | 150-175-200 0.10-0.15-0.20 | ACP200 Alloy Steel| 180t0 280HB | 150-175-200 0.10-0.35-0.60 | ACP200

For DNHS type, insert heights are alternatively placed, so the actual feed rate per tooth is
double. fz = 0. 5mm/t (actual feed rate 1.0mm/t) as the upper limit.
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.

B Precautions when Using Wiper Inserts with Holes

@ When mounting the wiper insert, attach it as shown
in Fig 1.
When mounted as shown in Fig 2, normal machined
surface roughness cannot be obtained.

@ Wiper inserts are single-cornered and double-sided.

@ Refer to Technical Guidance page N17 in the
General Catalogue for details about wiper inserts.

@ Do not use with DNHS and DNH types.

Fig 2

DNX(F) type DNHS type
|

H44

Correct Mounting  Incorrect Mounting Not Applicable Not Applicable



SEC-

DNX(F PIK

Rake - ICECTIN I [ -y A
Angle Axial -5° 65

Face Milling

DCS
DCSFMS DCSFMS o DCB
% DCB % DCB Q W‘EQ’M
¥ [ S ar i o
o o a c =
58 P - ==
O f W a8 ] Or r 3 5
L \— — 0@
D
o Lot 257
DC D1
DCX DEX DC m
DCX
Body (Standard Pitch) Cutting Edge Angle 65° Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Number | Effective Welght E g
o &»| DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 of Teeth |No. of Teeth|  (kg) 9 %
o DNX 12080RS [ J ‘80 88 60 50 27 12.4 7 25 13.5 6 6 1.2 1 =
= 12100RS ® 100 108 80 50 32 14.4 8.5 29 46 7 7 1.6 2| 3
% 12125RS ® 125 133 80 63 40 16.4 9.5 29 56 8 8 2.8 2
12160RS ® 160 168 100 63 40 16.4 9.5 29 88 10 10 4.4 3
DNX 12080R [ ] ‘80 88 60 50 25.4 9.5 6 25 13 6 6 1.2 1
5 12100R ® 100 108 70 50 31.75 12.7 8 32 46 7 7 1.6 2
= 12125R @ 125 133 80 63 38.1 15.9 10 38 56 8 8 2.8 2
12160R @ 160 168 100 63 50.8 19.1 11 38 72 10 10 4.4 2
BOdy (Extra Fine PItCh) CUttlng Edge Angle 65° Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Number | Effective Welght E
o &»| DC DCX | DCSFMS LF DCB KWW KDP CBDP D1 of Teeth |No. of Teeth|  (kg) 9
o DNXF 12080RS (@ ‘80 88 60 50 27 12.4 7 25 13.5 8 8 1.2 1
= 12100RS |®| 100 108 80 50 32 14.4 8.5 29 46 10 10 1.6 2
§ 12125RS @] 125 133 80 63 40 16.4 9.5 29 56 11 11 2.7 2
12160RS @®| 160 168 100 63 40 16.4 9.5 29 88 12 12 4.4 3
DNXF 12080R [ J ‘80 88 60 50 25.4 9.5 6 25 13 8 8 1.2 1
5 12100R ® 100 108 70 50 31.75 12.7 8 32 46 10 10 1.6 2
= 12125R @ 125 133 80 63 38.1 15.9 10 38 56 11 11 2.7 2
12160R @ 160 168 100 63 50.8 19.1 11 38 72 12 12 4.4 2
Cutters with sizes of 200mm or above come with locators. Inserts are sold separately.
w For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide ) ) . .
High-speed/Light Cutting | [ | (3 | Fig1 Fig 2 Fig 3
Process | General-purpose | [d | 3 P4 . ﬁ‘\ ;
- = J/an\ NN V2 :
Roughing (K] ST S 1Y - ol LA ]
HEIEEIEIE = S
Cat. No. ARIEIRNE Cutgrr:g edge Applications e 12.7 12.7 5.6 L %0 =
9: 2 2 2 2 aRe [ L type/G type/H type | [SH type] W type
SNMT 1205ZNEN-L [ AN BN J Light Cutting 1 | @ Cross Section of Cutting Edge N
1205ZNEN-G (® ([ ® (@ | ® I\E/ésg;lag?)i General-purpose | 1 ] ] . pated ) el
1205ZNEN-H (@ (@ (@ | ©® Heavy Cutting 1| 2 10 5 10
SNMT 1205ZNEN-SH @ | @ | @ | @ | @ | Straight Edge type | Improved Chip Control | 2 L type G type H type SH type
XNGT 1205ZNEN-W [ 2K J Wiper Insert | Improved Surface Roughness | 3
Refer to H44 "Precautions when Using Wiper Inserts With Holes" (Mounting Precautions). Recommended Cutting Conditions 1€ H44
Identification Code
SeriesCode  ExtraFine Insert  Dia.  Feed Metric
Pitch Size Direction Bore
Parts
Detachable Wrench Anti-seizure
Flat Insert Screw Integrated Wrench Handle Grip Bit Cream
Cat. No.
A\
DNX(F) 12080R(S) to DNX(F) 12100R(S) BFTX0412IP 3.0 — HPS1015 TRB15IP SUMI-P
DNX(F) 12125R(S) to DNX(F) 12160R(S) "~ |TRDR15IP — — SUMI-P

N-m Recommended Tightening Torque (N-m) H45



Steel

Cast Iron

Rake Radial -6° 3mm i 5mm f
W Axial 5° 4 24 ‘
(DNH type)  (DNHS type)  Face Miling
Fig 1 Fig 2 Fig 3 Fig 4
BD BD BD BD
DCSFMS, DCSFMS DCSFMS DCSFMS
& DCB & .DhoB o DCB & DCB
S fkw 2 KWW 2 _[kww EL
— % 1 & I — [ ¢ = h
o8 iR 5 58 w8 5
D1
v Yo 2 o
DC DC | DC DC
Body Cutting Edge Angle 24° Small Depth of Cut High Feed type Dimensions (mm)
Cat. No é Dia. External Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Number | Effective Weight E
T &»| DC BD | DCSFMS LF DCB KWW KDP | CBDP D1 of Teeth |No. of Teeth|  (kQ) g
DNH 12080R [ J ‘80 104 60 50 25.4 9.5 6 25 13 6 6 1.5 1
5 12100R ® 100 124 70 50 31.75 12.7 8 32 46 7 7 19 |2
£ 12125R ® 125 149 80 63 38.1 15.9 10 38 56 8 8 32 |2
12160R @ 160 184 100 63 50.8 19.1 11 38 72 10 10 5.1 2
Body Cutting Edge Angle 24° Medium Depth of Cut High Feed type Dimensions (mm)
Cat. No é Dia. External Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Number | Effective Welght Ei
o &»| DC BD | DCSFMS L[F DCB KWW KDP | CBDP D1 of Teeth |No. of Testh| (k) 9
DNHS 12080R (] ‘80 116 60 50 25.4 9.5 6 25 13 6 3 1.7 |3
5 12100R @ 100 136 70 50 31.75 12.7 8 32 46 8 4 23 |4
£ 12125R ® 125 161 80 63 38.1 15.9 10 38 56 10 5 32 |4
12160R @® 160 196 100 63 50.8 19.1 11 38 72 12 6 6.2 |4
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
| nsert Dimensions (mm)
Grade Classification Coated Carbide Fig 1 Fig 2
High-speed/Light Cutting | (4 | (3 L ﬁ"
Process | General-purpose | [d | [d P | 7| ~ A ~ A
Roughing (K] A - JIEJ
o o o o | ©
S|138338[8|8 ) 127 | |56 12.7
- | 8| ® |« | ®» |Cutting Edge s )
Cat. No. (x) é (% E') (n_5 Shape Applications  [Fig [Chpe/G ypaype | [SHype]
| << | << | < _ )

SNMT 1205ZNEN-L ( AN BN J V-shaped Light Cutting 1] ® Cr"lss Seotion of C”‘;‘”g Edge / Flat Land / Flat Land
1205ZNEN-G |® © | ® | ©® E;iz eat[;/?o o | General-purpose |1 Q@?I mﬂ?l 503?1—‘ 10?1—‘
1205ZNEN-H ® e o o Heavy Cutting 1

SNMT 1205ZNEN-SH @ | @ | @ | @ | @ |Straight Edge type | Improved Chip Control |2 L type G type H type SH type

Recommended Cutting Conditions I€”H44
Parts
Detachable Wrench Anti-seizure
Flat Insert Screw Integrated Wrench Handle Grip Bit Cream
Cat. No. 5
DNH(S) 12080R to DNH(S) 12100R — HPS1015 TRB15IP SUMI-P
DNH(S) 12125R to DNH(S) 12160R BFTX04121P 3.0 TRDR15IP — — SUMI-P

H46 @ Recommended Tightening Torque (N-m)




SEC-ACE MILL

DNF 4 PIKIH

O Radial | 6" |
Angle SN -5° I6-5mm7650

Face Milling

Fig 1 Fig 2 Fig 3 Fig 4 BD
w T B
BD BD DCSFMS 0101.6
DCSFMS DCSFMS 0101.6 —DoeB "
DCB DCB o OB S [ 4-‘13 4422
& S Kww S |KWW 4018 : 1 [
S e < a
o o Q [a) LJ_
[a)] - : [a) Q ] L] w
i g by bR ¥ LTy
013k - M 4-026|... | || 4-032
020 . DC DG 4026 DC !
DC | > Figure shows right-handed (R) tool.
BOdy Dimensions (mm)
Cat. No Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width Keyway Depth Mounting Depth Number of Welght E
’ ’ R|L DC BD DCSFMS LF DCB KWW KDP CBDP Teeth (kg) 9
DNF 4080R/L (@ ‘80 96 60 50 25.4 9.5 6 25 6 1.8 1
4100R/L (@@ 100 116 75 60 31.75 12.7 8 32 8 3.0 2
4125R/L (@ 125 141 75 60 38.1 15.9 10 38 10 4.3 2
- 4160R/L (@ 160 176 100 60 50.8 19.1 11 38 12 6.8 2
Q 4200R/L (@ 200 216 130 60 47.625 25.4 13.5 36 16 9.8 3
- 4250R/L 250 266 200 70 47.625 25.4 13.5 40 20 18.1 3
4315R/L 315 331 240 70 47.625 25.4 13.5 40 24 27.4 3
4400R/L 400 416 300 80 63.5 25.4 13.5 45 32 49.6 4
4500R/L 500 516 400 80 63.5 25.4 13.5 45 40 76.3 4

Inserts are sold separately.
W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)

Cemented
Carbide Cermet|SUMIBORON Fig 1 Fig 2

Grade Classification Coated Carbide

High-speed/Light Cutting| ([
Process|General-purpose
Roughing

Cat. No. Fig

ACP200 NN
ACP300 |59
®| ACK200 \EB
@ ACK300 |3

EH20Z

ACP100
® O @ A3N

@® H10E

® O o Gi0E
|

CSNH 43M
43MT
CSN 43M
43MT
CSNB 43M
43MT o =
SNC 433 —
434 —
SNMN 432 [ ]
433 [ ]
434 - Fig 5
SNMN 432TN-S —
433TN-S — —| RiootZ= jia
434TN_S — — 140.05 §.0: .02
NW 100 [ J [ J — 5

Fig 3 Fig 4
RE

| o wnd o= =

G
)
12.70
¥
12.70

>
9
o

A30
=
Z]
T1500A ‘B
T250A | |60
BN2000| [E3E3
A7,
Ve N\ 075
me %
o
S
RY
12.70
N
(oo}
/7 \Aﬁa”«'@
N N
No
XK J
RY
. 12.70
>
1o
sionn
Flitised | mousation Puemmio SRIDICSY | Gompn | e || St [pemsuem [t | snnsoes [T ] SONID

12.70

—
N
~
o

B

Loo

(

[

\
NEE N

Parts Recommended Cutting Conditions
Insert \Engraved MarkHEngraved Mark\

Work i i Insert
Loc?tor Clamp F40R/F40L lnsel;m R/F41L 1SO ' e - Cu?tmg Speled ve (m/min) feed Ratle fz (mm/t) nse
Applicable () Plate | Double Screw oy, Insert Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade

Cutter " . 22t O GeneralSteel| 18010 280HB | 80-100-120 | 0.10-0.13-0.15 | T250A

M @ 0L = ( Mild Steel| <180 | 100-130-160 | 0.10-0.18-0.25 | T250A
P o T Castlron| 250HB | 150-200-250 | 0.10-0.15-0.20 | ACK200
DNF4080R J

DNF4100R LNF40R[FTW40R| BX0510 The cutting conditions above are a guide. Actual conditions will need to be adjusted
00 Wrench Locator according to machine rigidity, work clamp rigidity, depth of cut and other factors.

DNF4125R Wren
Up to DNF4500R|-NFAORFTWATR LHo40

DNF4080L Double Screw | Size | m
Up to DNF4100L LNF40LFTW40L WB8-30T| M8 | 8.0

DNF4125L
Up to DNF4500L LNF40L[FTW41L|

*: To use wiper inserts, change locators to LNFW40R(L).

Note

N-m, Recommended Tightening Torque (N-m) H47



Steel Cast Iron [ NorFerous Netd

Rake

/el @

Angle Axial 18°
Face Milling
Fig 1 Fig 2 Fig 3 - Fig 4 BD
DCSFMS
[l?ogms DB(?SFMS D1Co1S':sMS oll1.8
o101. 0101.6
o & DoB & DoB & poe | ey
g’ b < [ < [Rw < fkwfl4-e18 < Ry 8 o2 N
= '8 P - o | o o o i | 0
=5 2 of 2f o & i T :
=13) (& il L—' o7 g o 3 ot 4
213 / v / v
020 o De pG 4926 D ookoR
Figure shows right-handed (R) tool.
o BOdy Dimensions (mm)
E Cat. No Stock Dia. External Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth [Mounting Depth| Number | Weight Fi
= B R|L DC BD DCSFMS LF DCB KWW KDP CBDP | of Teeth (k) 9
S APG 4080R/L |® ‘80 90 60 50 25.4 9.5 6 25 5 16 |1
w 4100R/L ([ J 100 110 75 60 31.75 12.7 8 62 5) 2.7 2
4125R/L [ J 125 134 75 60 38.1 15.9 10 38 6 4.0 2
- 4160R/L o 160 169 100 60 50.8 191 11 38 8 6.5 2
e 4200R/L ([ J 200 208 130 60 47.625 25.4 13.5 38 10 9.1 3
- 4250R/L ([ ) 250 258 200 70 47.625 25.4 13.5 40 12 18.3 3
4315R/L (] 315 323 240 70 47.625 25.4 13.5 40 16 27.6 3
4400R/L 400 408 300 70 63.5 25.4 184 45 20 48.4 4
4500R/L 500 508 400 70 63.5 25.4 13.5 45 24 68.1 4
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cantide| Cermet | DLC | SUMIDIA
High-speed/Light Cutting| [z | |3 ™M <JP] [NIENEIN] Fig 1 Fig 2
Process| General-purpose E4 [K] [P] Q000 Vs o5
Roughing | | V& K (WAIN] N AN o
818|888 |N|z S| 8 8|8 Y e . | o .
Cat. No. Ela &% 2982|882 (2|8 [Tt v o
21212122 |u|< clEl a8 |88 12.70 'ék 3.18 12.70 5 3.18
SDCH 42TR ° — == 2 25°
42TL — | ==
42TR-R o — |—|—|1
el e
NF-SDC 42R —|=1=1==1= === — |®|aj2] [
SDC 42L — | —]—|2 / o o
42TR () — — |2 | 2
42TL — — | — |2 VN»-“ M
42TR-R o — |—|—|2 25
42TL-R — | —1—]2 -
APW 4R [ J — | @ | A3
Double Screw| Size | @ Insert@
C
(Gommon) | M8 | 8.0 Locator@
Cap | Size ] Cap Screw —
Screw | M5 | 5.0 T~
22,7, !
Double Screw -4
Insert Clamp Plate
Parts Recommended Cutting Conditions
Cap Insert | Double Work ) )
. Locator Screw (Clamp Platsl Screw Wrench IS0 or. Hardness Culttlng Spe.ed Ve (m/min) lFeed Ratefz(mm/t) Insert
Applicable . Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Cutter @ \\ﬁ\\\\\ & General Steel | 180 to 280HB | 100-125-150 | 0.10-0.18-0.25 | A30N
@ {,/\ Mild Steel| <180HB | 120-150-180 0.10-0.18-0.25 | A30N
APG4080R WB8-20 TH040 SD!eI St:elI 200 tonOHB 128- 80 -1 (838 glg- 0.18-0.25 A30N
APG4100R LAP4OR BXFOS20RATWASR) oo oo - M Stiles Ste ~150- 10-0.18-0.25 | ASON
Up to APG4500R Cast Iron | 250HB 60- 90 -120 0.15-0.23-0.30 H1
APGA4080L WB8-20[TH040 Non-Ferrous Aloy = 300-650-1,000 | 0.10-0.20-0.30 H1
I The cutting conditions above are a guide. Actual conditions will need to be adjusted
Up - ﬁﬁgigggt LAPAOL BXFO520RATW45L WB8-22T (TT27 ot according to machine rigidity, work clamp rigidity, depth of cut and other factors.

H48

@ Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)




SEC-ACE MILL

DI G Steel Cast Iron

GEOM Radial | 0° |
I Axial 8° I9.5mm 75°

Face Milling

Fig 1 Fig 2 Fig 3 BD
BD BD DCSFMS
DCSFMS DCSFMS 0101.6
DCB o DCB o DCB
& [ € Ky S [Rww
< x K < A0 (reets
. 3 s 1L
8 rh EI a $ b %I JHi n
013 L ]
020/<+] ~-l4-026
DC DC DC
Figure shows right-handed (R) tool.
BOdy Dimensions (mm)
Cat. No Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth |Mounting Depth Number Welght E
B R|L DC BD DCSFMS LF DCB KWW KDP CBDP | of Teeth (kg) 9
DPG 4080R/L [ ] ‘80 90 60 50 25.4 9.5 6 25 4 1.5 1
4100R/L [ 105 115 75 60 31.75 12.7 8 32 5 3.0 2
4125R/L [ 125 135 75 60 38.1 15.9 10 38 6 4.0 2
- 4160R/L o 157 167 100 60 50.8 19.1 11 38 8 6.1 2
Q 4200R/L (] 200 210 130 60 47.625 25.4 13.5 38 10 10.0 3
~ | DPGF 4080R/L |@® ‘80 90 60 50 25.4 o5 6 25 6 1.5 1
4100R/L |@ 105 115 75 60 31.75 12.7 8 32 8 3.0 2
4125R/L |@ 125 135 75 60 38.1 15.9 10 38 10 4.0 2
4160R/L | @ 157 167 100 60 50.8 19.1 11 38 12 6.1 2

Inserts are sold separately.
W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

=(0)
i
o
N /
12.70
11°
s
Y
12.70
1
SJ19)11Nn
Flitised | mousation Puemmio SRIDICSY | Gompn | e || St [pemsuem [t | snnsoes [T ] SONID

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide | Cermet
High-speed/Light Cutting | ([ (K] M [P]
Process| General-purpose EAEAN K] (PP <BE K] [P] Fig 1 (Grades in ACP/ACK series) Fig 2
Roughing P K] 159 R 15° .
o |lo | o| 9o |9 < o5 o
S |o|o|o|S|N|= wlw| s |
Cat. No. g % g g|e § S § 212183 § Fig
122|224 < TG |F|F \ .
SPCH 42R ® o o [ J 12) 1 -
42L L N ) 2 2. 38 318
42TR [ [ [ [ 102)
prab-g ® o o || i3 Figd .
42TL-R o |2 Za T N
SPMN 422 oo o3 S \ZhE
423 o o ° o o 3 WYE - \ Je -
SPG 422 ° o0 3 1270 318 ; 5& g e
423 () 3 =
DPW 500R ([ ([ J 4
500L [ J 4
Double Screw| Size | Em Inseﬂ = kénraved Mark
(Common) | Mg | 8.0 D°”b'e sorew g:atm P T40R, T40L,T41R,T41L,T42R, T42L,
@ TF8OR, TF8OL, TF41R, TF41L
[Engraved Mark]
L40R,L40L,L41R,L41L,L42R L 42L,
LF8OR,LF8OL,LF41R,LF41L
Locator
Double Screw
Locator Clamp
Parts Recommended Cutting Conditions
. Locator| Locator | Insert | Insert Work ; ;

Applicable Locator| Clamp | Clamp | Clamp | Clamp Double Wenchl |1s0 or. Hardness Culttlng Spe.ed ve (m/min) IFeed Ra?e fz (mm#) Insert
Cutter for DPG |for DPGF |for DPG |for DPGE Screw Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
DPG(F)4080R GLW40R|GLWF80R|GTW40R|GTWF80R | WB8-22T (General Steel| 180 to 280HB | 100-125-150 0.10-0.15-0.20 | ACP200
DPG(F4100R Mild Steel| <180HB | 100-175-250 | 0.10-0.18-0.25 | ACP200

Up to DPG(F)4160R | GLAOR | GLWA1R GLWF4TR GTWA1R GTWFATR |\ og o | TT27 Die Steel | 200t0220HB |  80-120-160 | 0.10-0.15-0.20 | ACP200
DPG4200R GLW42R — GTW42R — M |Stainless Steel — 80-120-160 0.10-0.15-0.20 | ACP300
DPG(F)4080L GLWA40L |GLWF80L|GTW40L|GTWF80L|WB8-22T Castlron| 250HB 80-140-200 0.10-0.15-0.20 | ACK200
DPG(F)4100L P The cutting conditions above are a guide. Actual conditions will need to be adjusted

Up to DPG§F;4160L GL40L |GLW41L|GLWF41L| GTW41L | GTWF41L WB8-30T TT27 Not according to machine rigidity, work clamp rigidity, depth of cut and other factors.
DPG4200L GLW42L| — |GTw42L| —

N-m Recommended Tightening Torque (N-m) H49



Steel Cast Iron

Rake N IR I

12 ]750 ‘

Angle Axial 8°
Face Milling
Fig 1 Fig 2 Fig 3 Fig 4 BD
BD DCSFMS
BD BD DCSFMS 0177.8
DCSFMS DCSFMS 0101.6 0101.6 ‘
DCB o DCB DCB DCB
(2] 2 O e O | % % . 4022
£9 g * X x K rieote <Ay 4%8 ,3‘
=5 2 ’ 2 x |
Q =)
© 8 5} 8 VEE! 5 8 L 5
013
020 == =14-026 4-026 | v | |« | 4-032
_DC | _bc | DC DC |
Figure shows right-handed (R) tool.
2
= BOdy Dimensions (mm)
% Cat. No Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth |Mounting Depth Number Welght E
& B R|L DC BD DCSFMS LF DCB KWW KDP CBDP | of Teeth (k) 9
- DPG 5080R/L ‘82 EN) 60 505 | 25.4 95 6 25 4 15 |1
5100R/L 107 115 75 60.5 31.75 12.7 8 32 5) 3.0 2
5125R/L 127 135 75 60.5 38.1 15.9 10 38 6 4.0 2
- 5160R/L 159 167 100 60.5 50.8 19.1 11 38 8 6.1 2
e 5200R/L 202 210 130 60.5 47.625 25.4 13.5 38 10 10.0 3
- 5250R/L 252 260 200 70.5 47.625 25.4 13.5 52 12 19.7 3
5315R/L 317 325 240 70.5 47.625 25.4 13.5 52 14 33.0 3
5400R/L 402 410 300 80.5 63.5 25.4 1849 57 20 60.0 4
5500R/L 502 509 400 80.5 63.5 25.4 13.5 57 24 92.0 4
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide | Cermet , )
High-speed/Light Cutting| [ R K] ™) [P] Fig 1 150 Fig 2
Process| General-purpose [K] BB B3 B [P] o°
Roughing [K] 2 _
slelgl8lelnlzalululsls @niy ani
Cat. No. ElaR g 2|88/ 2/2/28 g SYE s SYE s
clo|g|lo|o|lf|<|%|zT|o|=|Q 20
< | < ([<| < | < Ll 15.875 | _4.76 15.875 476
SPCH 53R-R o O o o 1] Figs
53L-R () 1 ,«WN
53TR-R o o o o ® | O 1 N .
53TL-R ° ° ° 1] W ¢
SPMN 532 ° ° 2 N\SYE: 3
533 o |eo 2 abie
GW 500R o o 3 15° e
500L 3
Double Screw] Size | G Insert msent
Common cl *
( ) M8 | 8.0 Double Screw PI:tn;p
/ T50R,T50L,T51R, T51L,T52R, T52L
@ 2
[Engraved Mark |
I " L50R,L50L,L51R,L51L,L52R,L52L
Locator
Double Screw
Locator Clamp
Parts Recommended Cutting Conditions
. Locator Insert Double ) )
DPG5080R GLW50R |GTW50R |WB8-22T s | o %
DPG5100R General Steel | 180t0 280HB | 100-125-150 | 0.10-0.15-0.20 | ACP200
Up to DPG5160R |GL50R | GLWO1R |GTWS1R 27 Mild Steel| <180HB | 100-175-250 | 0.10-0.18-0.25 | ACP200
DPG5200R WB8-30T Die Steel | 20010220HB| 80-120-160 | 0.10-0.15-0.20 | ACP200
Up to DPG5500R GLW52R |GTWS2R M [Stainess Stee|  — 80-120-160 | 0.10-0.15-0.20 | ACP300
DPG5080L GLW50L |GTW50L |wB8-22T Cast Iron | 250HB 80-140-200 0.10-0.15-0.20 | ACK200
DPG5100L NP The cutting conditions above are a guide. Actual conditions will need to be adjusted
Up to DPG5160L  |GL50L GLW51L [GTW51L o7 according to machine rigidity, work clamp rigidity, depth of cut and other factors.
DPG5200L WB8-30T
Up to DPG5500L GLW52L |GTW52L

H50
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VIDEO OF J=r=

CUTTING

W B Features

@ Supports A Variety of Machining Operations
A lineup of cutter sizes from 014 to 6160mm which enable large
ramping angles. 28 repeater type items are now available in
addition to the modular type and short shank type.

@ Excellent Machining Quality

o (2]

i= _§ With a combination of optimised cutting edge shape and
=5 high-precision molding technology, superb wall accuracy and
=43) 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

()]
E In addition to the general-purpose grade ACU2500, the new-
f generation coated carbide grades XCU2500/XCK2000 are
i% available. Applicable to various work materials such as steel,
B Product Range (Standard) stainless steel, cast iron, exotic alloys, and more.
3 o .
Te | Dia. (mm)
3= | & Cat. No.
2s |k 014|016|018|020|022| 025 026|028 030 032 |035| 040 |050|063|280/@100 @125 0160
’ © 000
WEZ 11000RS
e
WEZ 11000R |
- (34 ?%% 00 00
WEZ 17000RS
°0 008880 8o
WEZ 17000R |
- Qo 060 006 00 06 2,000
WEZ 11000E " . +
000ge .4 0 0 go® ©°®
WEZ 11000ES * * «
006 o 4]
WEZ11000EL | @ O 6 OO0 0O 0 6 00 g Qo 6
WEZ 17000E o o0 o o000 00 g 8 Py
WEZ 17000ES
2] o
WEZ 17000EL o 0 © 00 o 3 © g 8
2} 060 0000 06 000
WEZ 11000M
RS R
WEZ 17000M
0| 000 g% g 3
Number in @@® shows the number of teeth Inch Bore  *mark: Different diameter shanks in stock Modular type 1€ H256
B Product Range (Repeater) @
) Dia. (mm)
= Cat. No.
= 220 225 230 232 235 240 250 063 280
WEZR 11000RS (4] (4]
I WEZR 17000RS 0600 6060 O
WEZR 11000E (1Y2] (2] (2] 06 (3] (3Y4]
WEZR 17000E 060 0606
WEZR 11000M (3]
WEZR 17000M (3]
Number in @@® represent the effective number of teeth Modular type 1€ H260

H52



SEC-WaveMill

WEZ s

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

/

S

l

*Helical milling is not recommended for WEZR type products.

B Chipbreaker Selection

B Optimised Body Design

Wide Guide Face
for Stable Insert Clamping

M Insert Size Comparison

Work Material 3 Steel, (M) Stainless Steel, [ Cast on, [ Heat-resistant Alloy, Titanium Alloy, (1) Hardened Steel | [X)Non-Ferous Metal
o . . |- . . . . . Non-F
Applications |  Light Cutting toﬁﬁ?;rrip?:(;p&ﬁﬁng Heavy Cutting | Light Cutting Light Cutting or[]we(te;lr;)us
A Heavy Interrupted . A High-precision .
Features L&W'”Q".my Standard | Cutting Hardened | Medium Finishing |\ iving High Wyl | W Cutting
achining Steel Burr Prevention Surface Squareness Force
L type G type H type F type S type
AOOTA7 type AOOT11 type
Chipbreaker
H Chipbreaker Selection Guide
S
S
.§ gLO5mm 0.15mm % F,P
3 | titpe | Not Available Tose 20° mf’ 28° & L G
§ &5
& & H
(] Ll
§ 0.05mm 0.15mm 0.2mm g
2| 1Ttype og° 20° L 10° R%" 28° °
§ Cutting Edge Strength — Heavy
B Product Range (Insert) @: Standard stocked item
Corner Radius (mm)
Cat. No.
R0.2 | R0.4 | RO.5 | R0.8 | R1.0 | R1.2 | R1.6 | R2.0 | R2.4 | R3.0 | R3.2 | R4.0 | R5.0 | R6.4
@ | AOMT11T3OOPEER-G | o o o o o o o o o o
O
s | AOMT1 1T3OOPEER-H o ([ [ J [ J
. AOET11T3OOPEER-F o o [ J o ([ J ([ J [ J ([ J ([ J [ J ([ J
Q
2 " o o [ J [ ] ([ J [ J
v (%]
& e | o o o o o
w e o o o o o
AOET11T30OOPEFR-S o o [ J o ( J [ J [ J ([ J [ J [ J ([ J
«» | AOMT170500PEER-L o ([ J ( [ J [ J
(%]
{—'; AOMT170500PEER-G o o [ J o [ J [ J [ J ([ J [ J [ J ([ J ([ J [ J o
| = | AOMT170500PEER-H ° o) o o
Q
E‘ AOET170500PEER-F () o [ [ ) o ([ [ () o [ (] ( [ [
T8 e o o o o o
et o o o o o o
AOET17050C0OPEFR-S ([ J ([ J o ([ ([ J [ J o ([ J [ J o ([ J ([ J o ([

P type chipbreaker Cat. No. is specific to a range of cutter diameters. For details, see P type Chipbreaker Selection on H56.

o
=
P —
&5
0@

Bujin 9oe4

Buln
Jep|noys
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B Cutting Performance
@ Good Wall Accuracy

25 I
\WEZ series <
_ =~ Competitor's
20 S | PodciA s—"—"— p24mm
» ~~.‘\s 18t Step. . N
2 I N L E :
= t E 5 _ e - - —ftemm [
3 10 i &———————127""1 2
= e 1" wdSep I
S~feao Depth of Cut
bl T nm)
5 - -—f&m
5 1" Ser i
) |- De:'l':;ulcw
E’ 0 _ -Omm -
= 001 0 001 002 003 004 005 T
4 L Cutting Width 5mm
s Deviation (mm)
]
3
L
Machine : Vertical Machining Centre BT40, Work Material: S50C
> = Tool : WEZ 11020E03 (220, 3 teeth)
g £ Insert : AOMT 11T308PEER-G (ACU2500)
] E Cutting Conditions : vc = 150m/min, fz = 0.15mm/t, ap = 6mm x 4 Passes, ae = 5mm, Dry
(7]

Quiet

~
~

Noise Level (dB)
~
[&)]

~
w

WEZ series  Competitor's Product B

Machine : Vertical Machining Centre BT40, Work Material: S50C
Tool : WEZ 11020E03 (220, 3 teeth)

Insert : AOMT 11T308PEER-G (ACU2500)

Cutting Conditions : vc = 150m/min, fz = 0.15mm/t, ap = 8mm, ae = 5mm, Dry

@® Good Wall Accuracy (for Multi-tasking Machines)

2nd Step 1st Step l
Depth of Cut (6mm) Depth of Cut (Bmm)

|

|

Cutting Width I
Oom

@ Lower Cutting Force Helps Reduce Machining Noise @ Excellent Surface Quality

WEZ series Competitor's Product C
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
0.01
0 \
E -0.01 \ WEZ series
c -0.02 —
S \
F -0.08 \
% -0.04 AN ¢ itor's Product D (010 Solid Carbide Endmill) ——
= -0.05 — e — T —
0065 2 4 6 8 10 1
Shoulder Height (mm)
WEZ series Cylinder Restraining Face:

High rigidity

via face
amm contact j
Guide Face Contact
6mm 12mm
Shoulder Height ! Solid Carbide

Endmill

Machine: Multi-tasking Machine, Work Material: SUS304 ¢16 Round Bar

Tool: WEZ11020ES03-10 (220, 3 teeth)

Insert: AOET11T308PEER-F (ACU2500) Cylinder Restraining Face

Cutting Conditions: vc = 100m/min, fz = 0.08mm/t, ap = 6mm x 2 Passes, ae = 2mm, Wet

H54




@ Excellent machine 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

0.05mm

—

0.05mm

Ra 0.18pym Rz 1.3uym

Ra 2.94pm Rz 13.8pm

Machine
Insert

Cutting Conditions :

: Multi-tasking Machine, Work Material: SUS304 @16 Round Bar Tool: WEZ11020ES03-10 (220, 3 teeth)
: AOET11T308PEER-F (ACU2500)

WEZ type vc = 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)

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

s1o1n9H
Bunpn

Bujin 9oe4

Bulin
Jep|noys

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.

Insert

Y
.
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H 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

>

Cutters

o
£
=

WEZ series Competitor's Product F

:&Appmx. 2mm

Machine
Tool
Insert

Face Milling

: Vertical Machining Centre BT50, Work Material: SUS304

: WEZ 11050RS07 (250, 7 teeth)
: AOET 11T308PEER-F (ACU2500)
Cutting Conditions : vc = 120m/min, fz = 0.12mm/t, ap = 1mm, ae = 30mm, Dry

Shoulder
Milling

F type chipbreaker's sharpness
Enables wall squareness equal to using solid endmills, through cutting edge shape optimisation for

each cutter diameter
—_— - ——— - ——24mm
A
I 1st Step AN
| —WEZ Series & Depth of Cut \\
20— —sSolid (émm)
Endmills )
’E‘ --——--———--—f-16mm
% /1 2nd Step .
2 J Dephof Cut ]
5 (Bmm)
30 q o)
S
] ] B
@« Ty
) i Step
Depth of Cut
. T~ B
006 004 002 0 -0.02 - Xomm i
Deviation (mm) -
Cutting Width 1mm

@ 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

Machine
Tool
Insert

: Vertical Machining Centre BT50, Work Material: S50C

: WEZ 11020E03 (220, 3 teeth)
: AOET 11T308PEER-P20 (ACU2500)
Cutting Conditions : vc = 150m/min, fz = 0.1mm/t, ap = 8mm x 3 Passes, ae = Tmm, Dry

@ 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

P type Chipbreaker Selection Guide
Dia. (mm)
Cat. No.
014 | 016 [ 018 | 020 | 022 | 025 [ 028 | 030 [ 032 | 035 [sihandabore
AOET11T30OPEER-POO | -P16 -P20 ot -P25 Not applicable
ap;\lli?:gble

Competitor's Product G~ Competitor's Product H

Cutting Conditions :

vc = 350m/min, fz = 0.1mm/t, ap = 3mm, ae = 10mm, Dry

WEZ series
No Adhesion Adhesion Adhesion
Machine : Vertical Machining Centre BT30, Work Material: ADC12
Tool : WEZ 11020E03 (220, 3 teeth)
Insert : AOET 11T308PEFR-S (H20)
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B Grade Application Range B Grade Features

New-generation coated carbide grades XCU2500/XCK2000 now availablel ~ New coating technology that realises absolute stability
Enhanced lineup of coated grades in addition to cemented carbide and ABSOTECH™ (Absolute Technology)

cermet for milling steel, stainless steel, cast iron, and aluminum alloy. IRATECH P
Work Material Finishing to Light Cutting| Medium Cutting |Rough to Heavy Cutting
._l—SpeciaI Surface Treatment
3 ACU2500 Al205 Suppresses thermal cracking by introducing high compressive stress, o=z
g resulting in chipping resistance more than twice that of conventional types E,, =
) XCU2500 c . . - =
s rystal Orientation Control Al20s 2 =]
< ACP2000 )4 TiCN By controlling the growth direction, Al2Os is reinforced for crater @ @
3 A ACP3000 .—l_wear resistance more than twice that of conventional types
) High Hardness TiCN
5 Carbide Increased TiCN hardness by using a C-rich composition for
g T2500A substrate flank wear resistance more than twice that of conventional types
° Applicable Grades: ACP2000, ACK2000
3 [:NIITECH PVD g
Q2 —
M g 4 o New Super Multi-Layered Structure %
sankssSiel| | 3 Higher hardness and twice the conventional =
k] wear resistance due to a fine crystal structure (g
8 ) AITiCrBN-based nano-layered coating
Coating
Layer o High Adhesion Strength z @
gOS,S Sggﬁon COf ) Significantly improved coating adhesion has more than =0
K J— Tgﬁ'ﬁagge °ating\  tuice the chipping resistance as conventional coatings. E g
i N Bl Applicable Grades: ACU2500, ACP3000, ACK3000 =
XCK2000 Carbide substrate PP

ACK2000 Y

Coated Carbide

[ESTEED "¢

A ACK3000 e
| Pure Cubic Crystal AITiN with High Al Content

With proprietary structural control technology, differently

A DL2000 composed layers of AN are stacked at the nanometre level.

. ~AlosTio.sN - With a high-Al composition containing over 80% Al on
AlosTio.1N average, it also maintains a cubic crystaline structure to
achieve excellent thermal resistance and high hardness.

Vastly improved wear resistance.

Nor-Ferrous Meta

Cemented Carbide | Coated Carbide

Special Surface Treatment
The letters "C' and "P" at the end of each grade indicate the coating type. X/ : CVD A\ : PVD Proprietary surface treatment introduces high compression
stress to the coating, suppressing the development of cracks.
.. Greatly improved fracture and thermal crack resistance.
B Grade Characteristic Values
Applicable Grades: XCU2500, XCK2000

% cvD I
Work Material Grade Hardness (HRA) TRS (GPa) Coating type | Coating Thickness (ym) Features Old Grade
- For high-speed machining of steel
ACP2000 89.5 3.2 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
Steel - General-purpose grade for a wide variety of materials such as steel, cast iron and stainless steel
XCU2500 89.5 3.2 Absotech X 6 - New coating combining wear and fracture resistance realises —
long tool life in medium-speed to high-speed machining
M s - For machining high-hardness stainless steel
ACM200 89.8 3.4 FFU(.":) e t 6 - Adopts a newly developed high-strength cemented carbide substrate with excellent wear resistance AC230
Stainless Steel o and thermal resistance, realizing outstanding stability when machining hardened stainless steel
- For high-speed cast iron milling ACK100
ACK2000 91.7 3.1 Absotech 10 - Stable long tool life in high-speed machining is realised by adopting a tough ACK200
K carbide substrate and a new coating with excellent thermal resistance
Cast Iron - For high-speed cast iron milling
XCK2000 91.7 25 Absotech X 6 - Along with a high-hardness carbide substrate, the new coating combining wear and —
fracture resistance realises superb long tool life in medium-speed to high-speed machining
Grade Hardness (HRA) TRS (GPa) Coating type | Coafing 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 -
P excellent wear resistance and chipping resistance, realising stable long tool fe with various work material grades
Steel - 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 ACP300
resistance and chipping resistance, realises stable long tool life over a wide range of cutting conditions
M (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
K - Our 1st recommended grade for milling cast iron
ACKS3000 91.7 3.1 Absotech 3 - Adopts a high thermal conductivity carbide substrate and anew coating with excellent wear resistance and | ACK300
chipping resistance, realizing stable long tool life over a wide range of cast iron machining operations
AURORA - Grade for milling non-ferrous metal, utilising DLC coat with a low
DL2000 Sl B Coat (DLC) ue coefficient of friction and excellent adhesion resistance
Work Material Grade Hardness (HRA) TRS (GPa) | Coating type | Coating Thickness (um) Features Old Grade
P - For finishing of steel and stainless steel
T2500A 91.8 2.4 - = - Fine, uniform grain structure greatly improves toughness, T250A
E1E | Stainless Steel realising long tool life and excellent surface finishes
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B Recommended Cutting Conditions

WEZ11 type Cutting Width ae = 1‘Omm

Tool: WEZ11020E03, Insert: AOCIT11T3 type Depth of Cut i

ap = 3mm
Cutting Conditions: Depth of Cut ap = 3mm, Cutting Width ae = 10mm, Dry

7)) Grade
DL |5 = =
é g _‘S % i g ACU2500 | XCU2500 | ACP2000 | ACP3000 | T2500A | XCK2000 | ACK2000 | ACK3000 ‘ ACM200 ‘ ACM300 | DL2000
—_ "5 E Work Material E % _g_ Feed Rate per Tooth fz (mm/t) Min. - Optimum - Max.
E o g § E 5 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 -0.12- 0.18‘0.08 -0.15- 0.20|0.08 -0.15- O.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
2 Cutting Speed vc (m/min) Min. - Optimum - Max.
Steel,Carbon Steel S15C 125 | G |270 - 320 - 370{300 - 350 - 400{300 - 350 - 400|250 - 300 - 350|230 - 280 - 330
$45C 190 | G |170 - 220 - 270{200 - 250 - 300{200 - 250 - 300|150 - 200 - 250|130 - 180 - 230
S$45C Hardened 250 | G (140 - 180 - 220|160 - 200 - 245|160 - 200 - 245|120 - 160 - 200{105 - 145 - 185
S§75C 270 | G [110-145-175[130 - 165 - 195(130 - 165 - 195(100 - 130 - 165| 85 - 115 - 150
S75C Hardened 300 |G| 70- 90 -110| 80-100-120| 80 -100-120| 60- 80 -100| 50- 70 -90
Low-alloy Steel  SCM, SNCM 180 | G |160 - 205 - 255(190 - 235 - 280(190 - 235 - 280|140 - 190 - 235|120 - 170 - 215
SCM, SNCM Hardened | 275 | G | 95 - 120 - 150{110 - 135 - 165|110 - 135 - 165 80 - 110 - 140| 70 -100 - 125
SCM, SNCM Hardened | 300 | G | 85-110-130(100 - 125 - 150|100 - 125 - 150 75-100- 125 65- 90 -115
SCM, SNCM Hardened | 350 | G | 60- 80 -100| 70- 90 -110| 70- 90 -110| 50- 70 -90 | 45- 65 -85
High-alloy Steel SKD, SKT, SKH 200 | G {140 - 180 - 220(160 - 200 - 245|160 - 200 - 245|120 - 160 - 205
SKD, SKT, SKH Hardened | 325 |G | 55- 70 -85 | 60- 80 -100| 60- 80 -100| 50- 65 -80
SUS430, Others
Stainless Steel (Martensitic/ 200 | G [110-140 - 170(160 - 190 - 210 140-170 - 190| 90 - 110 - 140
Ferritic)
(S’;J;?;ss;;ﬁr:j:edj 240 | G |100 - 125 - 150|145 - 170 - 190 125 -150 - 170 80 - 100 - 125
(SALLJE?;‘:&;USMG 180 | G |120 - 150 - 180(170 - 200 - 220 150 - 180 - 200(100 - 120 - 150
Cast Iron G |150 - 200 - 250|250 - 300 - 350 250 - 300 - 350|250 - 300 - 350|170 - 220 - 270
Ductile Cast lron G| 90-120- 150|150 - 180 - 210 150 - 180 - 210150 - 180 - 210|100 - 130 - 160
Exotic Alloy Heat-Resistant Alloy G| 30- 40 -55 35- 45 -60 | 25- 35 -50
Ti Alloy G| 60- 80 -100 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

@ 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.
([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.

WEZ17 type CuMmm

Tool: WEZ17032E03, Insert: AOCIT1705 type Depth of Cut I

ap = 5mm

Cutting Conditions: Depth of Cut ap = 5mm, Cutting Width ae = 16mm, Dry

Shoulder —-

- Grade
"‘% g E E ACU2500 | XCU2500 | ACP2000 | ACP3000 | T2500A | XCK2000 | ACK2000 | ACK3000 ‘ ACM200 ‘ ACM300 | DL2000
E:_% Work Material % % g Feed Rate per Tooth fz (mm/t) Min. - Optimum - Max.
g g § 5 0.10 - 0.20 - 0.28|0.10 -0.20 - 0.28|0.10 -0.20 - 0.28|0.10 =0.20- 0.28‘0.10 -0.15- 0.22‘0.10 -0.20 - 0.28|0.10 -0.20 - 0.28|0.10 -0.20- 0.28|0.10 -0.20 - 0.28‘0.10 -0.20 - 0.28|0.05 -0.10-0.15
e Cutting Speed vc (m/min) Min. - Optimum - Max.
Steel, Carbon SteelS15C 125 | G |285 - 335 - 390|315 - 360 - 420(315 - 360 - 420|265 - 315 - 370|240 - 295 - 345
S45C 190 | G |180 - 230 - 285|210 - 265 - 315|210 - 265 - 315(160 - 210 - 265|135 - 190 - 240
S45C Hardened 250 | G (145 - 190 - 230|170 - 210 - 255|170 - 210 - 255|130 - 170 - 215110 - 155 - 195
875C 270 | G [115- 150 - 185(135 - 170 - 205(135 - 170 - 205(100 - 135 - 170| 90 - 125 - 155
S75C Hardened 300 |G| 70- 90 -115| 85-105-125/ 85-105-125| 65- 85 -105| 55- 75 -95
Low-alloy Steel SCM, SNCM 180 | G |170 - 220 - 265|200 - 245 - 295|200 - 245 - 295|150 - 200 - 250|130 - 180 - 225
SCM, SNCM Hardened | 275 | G |100 - 130 - 155|115 - 145 - 175|115 - 145 - 175| 85-115-145| 75-105-135
SCM, SNCM Hardened | 300 | G | 90 - 115 - 140(105 - 130 - 155|105 - 130 - 155| 75-105-130| 65- 90 - 120
SCM, SNCM Hardened | 350 |G | 65- 85 -100| 75- 95 -115| 75- 95 -115| 55- 75 -95 | 50- 70 -85
High-alloy Steel SKD, SKT, SKH 200 | G {145 - 185 - 230(170 - 215 - 255(170 - 215 - 255|130 - 170 - 215
SKD, SKT, SKH Hardened | 325 | G | 55- 75 -90 | 65- 85 -100| 65- 85 -100| 50- 65 -85
:::Z'ess xxzmﬁx 200 | G [115 - 145 - 175165 - 195 - 215 145 - 175 - 195/100 - 115 - 145
(sMU::::si":i';dH?rzz':ed] 240 | G 105 - 130 - 155|150 - 175 - 195 130 - 155 - 175/ 85 - 105 - 130
(SAl.lJ:feOn‘:t,i;USmB 180 | G |125 - 155 - 190(180 - 210 - 230 160 - 190 - 210{105 - 125 - 160
Cast Iron G |160 - 210 - 265|265 - 315 - 370 265 - 315 - 370|265 - 315 - 370|180 - 230 - 285
Ductile Cast Iron G| 95-125-160|160 - 190 - 220 160 - 190 - 220|160 - 190 - 220|105 - 140 - 170
Exotic AlloyHeat-Resistant Alloy G| 30- 40 -60 35- 45 -60 | 25- 35 -50
Ti Alloy G| 60- 8 -105 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.

LEIEE 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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SEC-WaveMill

WEZ s

H Maximum Allowable Spindle Speed

WEZ11 WEZ17
Dia. . Dia. s Dia. s Dia. -
DC(mm) n max(min') DC(mm) n max(min) DC(mm) n max(min) DC(mm) 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 o
18 26,150 40 14,950 30 13,650 125 5,650 =1 E
20 24,000 50 13,100 32 13,000 160 4,950 o g
22 22,300 63 11,500 35 12,200 »Q
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. ‘-”,1
B Ramping/Helical Milling Upper Limit i
Ramping Helical Milling =
@
=
=c
o ag
mg diameter
Dia. Max. Ramping Helical Milling
DC Angle Max. Machining Dia. Max. Pitch Standard Diameter Max. Pitch Min. Machining Dia. Max. 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 21.7 1.5
18 8.1 33.3 6.7 30.9 5.0 25.2 1.4
20 6.5 37.3 6.0 34.9 4.6 29.1 1.3
22 5.3 41.3 5.4 38.8 4.3 32.9 1.3
25 41 47.3 4.8 44.8 3.9 38.9 1.3
28 3.4 53.3 44 50.7 3.6 44.9 1.3
30 3.0 57.3 4.2 54.7 815 48.8 1.3
32 2.7 61.3 4.0 58.7 3.3 52.8 1.2
85 2.3 67.3 3.8 64.6 3.1 58.8 1.2
40 1.8 77.3 34 74.6 2.9 68.8 1.2
50 1.2 97.3 3.0 94.6 2.6 88.8 1.1
63 0.8 123.3 2.8 120.5 2.5 114.7 1.1
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.

Dia. Max. Ramping Helical Milling

DC Angle Max. Machining Dia. Max. Pitch Standard Diameter Max. Pitch Min. Machining Dia. Max. Pitch
(mm) RMPX(°) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev)

25 10.8 47.3 13.0 41.0 8.3 33.1 1.8

28 8.1 53.3 1141 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 5.1 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 25 97.3 6.5 90.7 5.0 83.0 1.6

63 1.8 123.3 5.6 116.7 4.5 109.0 1.6

80 1.2 156.0 5.0 149.4 41 141.8 : 15
100 0.9 197.3 4.7 190.7 4.0 183.1 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.

- Above the standard diameter, this portion can

() be removed by traverse cutting with the same
WEZ11 type 3 cutter.

WEZ17 type 5 H 59

Max. ae




sunsssu Cast Iron |5 o

<

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Side Milling  Plunge Millng ~ Helical Miling

Rake 100 | one
Angle Axial 14° to 15° 90

Fig 1 Fig 2 Fig 3
DCSFMS DCSFMS DCSFMS
DCB, o DCB | DCB,
o) Kww 2 Kww g KWW
< e = g
o ¥ o o
je a 2 a
'E -lg SI w ()‘r/ Y 8 / 5
= “5 Bl =} L o
53 L L C
2 02,
D1, D1 D1
_oc B — bc
o Body (Shell type) Dimensions (mm)
é Cat. No _é Dia. Boss Height Hole Dia.  [Keyway Width |Keyway Depth| Mounting Depth Bolt Bolt Bolt Number of] Welght E
s T &% | DC | DCSFMS LF DCB KWW KDP CBDP D1 D2 D3 Teeth (kg) 9
S WEZ 11040RS04 @®| 40 33 |40(39.7)| 16 8.4 5.6 18 14 9 — 4 021 |1
& 11040RS06 (@®| 40 33 40(39.7)| 16 8.4 5.6 18 14 9 — 6 020 |1
11050RS05 (@ | 50 41 40(39.7)| 22 10.4 6.3 20 18 11 — 5 032 |1
g o |.Q 11050RS07 @®| 50 41 40(39.7)| 22 10.4 6.3 20 18 11 — 7 0.31 |1
> é ";'5 11063RS06 @®| 63 50 40(39.7)| 22 10.4 6.3 20 18 11 — 6 0.58 |1
£% |2 11063RS08 |®| 63 | 50 |40(39.7)| 22 104 | 63 20 18 11 - 8 | 057 |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 — — 12 156 |3
WEZ 11080R07 |(@®| ‘80 55 50(49.7)| 25.4 9.5 6 25 20 14 — 7 1.09 |1
5 11080R10 |(@®| 80 55 50(49.7)| 25.4 €3 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 insert.

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 (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).

Parts Identification Code
Flat Insert Screw | Wrench |Anti-seizure Cream WEZ 1 1 050 R S 07
@ @ % % Series Code Insert Dia. I@ l\@c Number
Size Direction Bore of Teeth

BFTX0306IP | 1.5 |TRDRO8IP |SUMI-P

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

/7 Modify the C chamfering portion.

WEZ11 type

Reworking guidelines

Corner radius = 2.4: C1
(AOMT11T324PEER)

Corner radius = 3.0: C2.5
(AOMT11T330PEER)

Corner radius = 3.2: C2.5
(AOMT11T332PEER)

Standard: R1.

H 60 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WEZ Steel Cast Iron  Non-Femusletdl | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catice| DLC | Cermet
High-speed/Light Cutting FE [EE | [N] [P]
Process | General-purpose  |&i|fn B|I[@] [RWE O [N}
Roughing & [P] K] 93
ololo|lo|lo|lo|lo|o "=
§ § § § 8 § § 8 § (=] § <8E Corner Radius | =, é'.g'
Cat. No. D:)&n.gxxgg g q e RE Fig 7]
2IRIR|2IR|2 ||| 8| F
AOMT 11T302PEER-G [ K ) ( X} [ 2K 2K J — — (] 02 |1
11T304PEER-G 00 oo o o o e — — o 04 |1
11T305PEER-G [ J [ BN J — — 0.5 |1
11T308PEER-G (2K 2K A0 2K 2K 2K 2K AN ) — — o 08 |1 -
11T310PEER-G |® o0 — | — 1.0 |1 Fig 1 8
11T312PEER-G |@|® |(@/0| e/@0j® — | — 12 |1 S =
11T316PEER-G [ 2K ] ( 2K [ 2K 2K J — — 1.6 |1 o -~ =
11T320PEER-G ( 2K J ( 2K} [ JK 2K ) — — 20 |1 ~ %‘:ﬁo 3
11T324PEER-G [ J [ BN J — — 24 |1 % fN
11T330PEER-G ( 2K J ( 2K ([ 2K 2K ) — — 30 |2 128 3.6 g%
11T332PEER-G [ J [ JKJ — — 32 |2 ‘ %g
AOMT 11T304PEER-H (2K 2K A0 2K 2K 2K 2K AN ) — — — 04 |1 ag
11T308PEER-H ( 2K 2K 20 2K 20 2K 2K A ) — — — 0.8 |1 Eﬂ B
11T312PEER-H [ J [ 2N J — — — 1.2 |1
11T316PEER-H [ ( JK ) — — — 1.6 |1 Fig 2 RE
AOET 11T302PEER-F [ J — — — — — — 02 |1 'ﬁ
11T304PEER-F o — — — — — — 04 |1 o 7 ™
11T305PEER-F  |®@| |— - |- - | = — 05 |1 N . )V&,
11T308PEER-F [ J — — — — — — 08 |1 1 o
11T312PEER-F [ — — — — — — 1.2 |1
11T316PEER-F [ J — — — — = = 1.6 |1
11T320PEER-F  |®| |— —| |- — =1 = | 201 Wi
11T324PEER-F [ — — — = = = 24 |1
11T330PEER-F [ J — — — — — — 3.0 |2
11T332PEER-F [ J — — — — — — 32 |2
AOET 11T302PEFR-S it et et el et el el [ J o — 02 |1
11T304PEFR-S o Rl et et el el el e ([ J ([ J — 04 |1
11T305PEFR-S el el el el el el el e o o — 0.5 |1
11T308PEFR-S === === @ ([ — 0.8 |1
11T310PEFR-S ol el el el el el e e ([ J [ J — 1.0 |1
11T312PEFR-S ol el el et el el el et ( J o — 12 |1
11T316PEFR-S === || @ ([ — 16 |1
11T320PEFR-S o el et et el el el et ([ J ([ J — 20 |1
11T324PEFR-S el Rl el el el el el e [ J o — 24 |1
11T330PEFR-S === === @ ([ — 30 |2
11T332PEFR-S — =l [ J [ 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€ H55 I

@ mark: Standard stocked item (new product/expanded item) H61



Rake

Angle Axial | 10°to 15°

150m |90° ‘

Face Milling  Shoulder Milng ~ Groove Miling

Ramping

Profiling

<

Side Milling ~ Plunge Miling ~Helical Miling

Cast Iron [ Nor-femushetdl 5 Exotic Alloy

Fig 1 Fig 2 Fig 3 Fig 4 Fig5  DCSFMS
DOSFMS DCSFMS DCSFMS DCSFMS 066.7 4014
e a[men] ] e y |[
ik <y || = AN Ry J Ay s TRy
25 3 18 : : 5y
- C SN\ & O\ L sl O .
23 L i L L L
D1 D1 D1 D1 DC
oc DC DC DC =
= Body (Shell type) Dimensions (mm)
é Cat. No § Dia. Boss Height Hole Dia.  [Keyway Width|Keyway Depth| Mounting Depth Bolt Bolt Bolt Number Welght E
s ) ) [ DC DCSFMS LF DCB KWW KDP CBDP D1 D2 D3 |ofTeeth| (kg) 9
S WEZ 17040RS03 |@® 40 33 40(39.3)| 16 8.4 5.6 18 14 9 — 3 0.19 1
& 17040RS04 |(@© 40 33 40(39.3)| 16 8.4 5.6 18 14 9 — 4 0.16 1
17050RS03 (@ 50 41 40(39.3) | 22 104 6.3 20 18 11 — 3 0.30 1
g o 17050RS05 |@ 50 41 |40(39.3)| 22 10.4 6.3 20 18 11 = 5 0.26 |1
§ = 17063RS04 |@® 63 50 40(39.3) | 22 10.4 6.3 20 18 11 — 4 0.54 1
(‘% = 17063RS06 (@ 63 50 40(39.3) | 22 10.4 6.3 20 18 11 — 6 0.51 1
o 17080RS04 (@ ‘80 55 50(49.3)| 27 12.4 7 22 20 14 — 4 1.10 1
s 17080RS07 |@® ‘80 55) 50(49.3)| 27 12.4 7 22 20 14 — 7 1.05 1
g 17100RS05 |®| 100 70 50(49.3)| 32 14.4 8 32 46 — — 5 158 |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 5.31 5
17160RS12 |®@| 160 100 |63(62.3)| 40 16.4 9 29 90 — — 12 526 |5
WEZ 17080R04 [ J ‘80 55 50(49.3)| 25.4 9.5 6 25 20 14 — 4 1.10 1
17080R07 [ J ‘80 59 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 2.07 |2
s 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 15.9 10 8515 55] 30 = 9 311 |1
17125R11 ® 125 80 63(62.3)| 38.1 15.9 10 35.5 55 30 — 11 3.06 1
17160R08 ® 160 100 |63(62.3)| 50.8 19.1 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 19.1 11 38 72 — — 12 504 |4

Parts

Flat Insert Screw

Integrated
Wrench

Detachable Wrench

Handle Grip|  Bit

Anti-seizure
Cream

Applicable
Cutter

S4

/Q

z\/

4

WEZ17040RS03
WEZ17040RS04
WEZ17050RS03
WEZ17050RS05
WEZ17063RS04
WEZ17063RS06
WEZ17080R(S)04
WEZ17080R(S)07
WEZ17100R(S)05
WEZ17100R(S)08
WEZ17125R(S)06
WEZ17125R(S)09
WEZ17125R(S)11
WEZ17160R(S)08
WEZ17160R(S)10
WEZ17160R(S)12

BFTX0409IP

3.0

HPS1015 | TRB15IP

TRDR15IP

SUMI-P

H62 @ Recommended Tightening Torque (N-m)

Identification Code

WEZ 17 100 RS

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

Note: The values in red have been changed from the 2021-2022 General Catalogue.

05

Insert
Size

Series Code

Number
of Teeth

Feed Metric
Direction Bore

* 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.




SEC-WaveMill

WEZ Steel Cast Iron  Non-Femusletdl | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catice| DLC | Cermet
High-speed/Light Cutting FE [EE (M [N] [P]
Process | General-purpose & |B|I[@] [RBWE O [N}
Roughing & [P] K] 93
ololo|lo|lo|lo|o|lo|o = =
§ § § § 8 § § 8 8 [ 8 é Corner Radius | . "E(g
Cat. No. D:)&n.gxxgg g q re RE Fig (7]
RIRIZ2I12I1R|12|12|2|< 8| F
AOMT 170502PEER-L [ J — — [ BN J — 02 |1
170504PEER-L o0 00 0 0o - - o 04 |1
170508PEER-L o0 [ 2K J ( 2 BN J - - o 0.8 |1
170512PEER-L o — — ( BN J — — 1.2 |1 =
170516PEER-L [ — [ 2K J — — 1.6 |1 o
AOMT 170502PEER-G [ 2K ) [ 2K J ( 2 BN J — — 02 |1 ©
170504PEER-G ( 2 2K B 2K A 2K BN K ) — — 04 |1 E
170505PEER-G o ( BN J — — 05 |1 é'
170508PEER-G ( 2 2K B 2K K 2K BN BN ) — — (] 0.8 |1
170510PEER-G o ( BN J — — 1.0 |1 17
170512PEER-G oo oo o000 - — 12 |1 Fig 1 £3
170516PEER-G oo o0 oo — |- 1.6 |1 RE 55
170520PEER-G [ 2K J [ 2K J [ 2K 2X J — — 2.0 |1 = Qo
170524PEER-G o [ BN ) — — 24 |1 2 | .
170530PEER-G [ 2K ) [ 2K ) ( X AN J — — 3.0 |1 - &2}8
170532PEER-G ( 2K ( 2K} o000 = 3.2 |1 i
170540PEER-G [ 2K ) [ 2K J ( 2 AN J — — 4.0 |1 19.5 5.5
170550PEER-G ( 2K ( 2K o000 = 50 |2
170564PEER-G o [ 2K J — — 6.4 |2
AOMT 170504PEER-H ( 2 2K A 2K A AN BN AN ) — — — 04 |1 Eﬁ
170508PEER-H 0o oo o o o e — — — 0.8 |1 )
170512PEER-H ° o0 — | - — 12 |1| Fe2
170516PEER-H ° o0 — | - — 1.6 |1 ] RE
AOET 170502PEER-F [ ) — — - — — — 02 |1 0 ™
170504PEER-F [ J — — — — — — 04 |1 e — ‘g
170505PEER-F o — — — — — 05 |1 & Eg}“‘
170508PEER-F o — — — — — — 08 |1 18.0 5.0
170510PEER-F o |- = = = = = 1.0 |1 ’ ’
170512PEER-F o — — — — — — 1.2 |1
170516PEER-F °o |- B — | = = 1.6 |1 \
170520PEER-F (] — — — — — — 2.0 |1
170524PEER-F o — — — — — — 24 |1
170530PEER-F o — — — — — — 3.0 [1
170532PEER-F o — — — — — — 32 |1
170540PEER-F o — — — — — 4.0 |1
170550PEER-F o — — — — — — 50 (2
170564PEER-F [ — — — — — — 6.4 |2
AOET 170502PEFR-S — === === == [ J [ ) — 02 |1
170504PEFR-S it et et e Rl el Rl Bl [ J ([ — 04 |1
170505PEFR-S it et el et el el Bl el e o [ J — 05 |1
170508PEFR-S it el et el Rl Bl Bl Bl o ([ — 08 |1
170510PEFR-S it el el el Bl Bl el [ J [ J — 1.0 |1
170512PEFR-S it el et el el el el [ J ([ J — 1.2 |1
170516PEFR-S it el et el el Bl el [ J [ J — 16 |1
170520PEFR-S it et et et el et el el o o — 20 |1
170524PEFR-S — === === o o — 24 |1
170530PEFR-S it el el el Bl el Bl o o — 30 |1
170532PEFR-S it el el el Bl Bl el e o o — 32 |1
170540PEFR-S it et B el el el el el o o — 40 |1
170550PEFR-S it el el el Bl Bl el o o — 50 |2
170564PEFR-S — = () [ ] — 64 |2
-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Maximum Allowable Spindle Speed 1€ H59
-F: Medium Finishing, -S: Non-Ferrous Metals. PrecattionaorMotntngInea e /- H55

@ mark: Standard stocked item (new product/expanded item) H 63



Cast Iron [ Nor-femushetdl 5 Exotic Alloy

Rake
N Axial | 6°to 15° 10 90°

<

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Side Milling  Plunge Millng ~ Helical Miling

Fig 1 Fig 2
28 O = Q §
£2 il = -
= 5
=43)
A»‘ T
LF LF
o BOdy (Shank type) Dimensions (mm)
= = . F
E Cat. No. g SE S:\;"KA T_e: OveTIL:e"gth Number of Teeth W(ilg)ht Fig
8 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
g > 11018E02 o 18 16 25(24.7) 100(99.7) 2 0.13 2
§ = 11020E02 [ J 20 20 30(29.7) 110(109.7) 2 0.23 1
= = 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 () 25 25 35(34.7) 120(119.7) 2 0.40 1
11025E03 [ J 25 25 35(34.7) 120(119.7) 3 0.40 1
11025E03-20 | @ 25 20 35(34.7) 120(119.7) 8 0.26 2
11025E04 o 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 [ J 28 25 35(34.7) 120(119.7) 4 0.41 2
11030E04 o 30 25 40(39.7) 130(129.7) 4 0.46 2
11032E02 [ J 32 32 40(39.7) 130(129.7) 2 0.74 1
11032E03 ([ J 32 32 40(39.7) 130(129.7) 8 0.73 1
11032E04 [ J 32 32 40(39.7) 130(129.7) 4 0.73 1
11032E05 ( J 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 () 35 32 40(39.7) 130(129.7) 5 0.75 2
11040E02 ([ J 40 32 30(29.7) 150(149.7) 2 0.96 2
11040E04 ([ J 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 ( J 50 32 30(29.7) 150(149.7) 5 1.04 2
11050E07 ([ J 50 32 30(29.7) 150(149.7) 7 1.04 2
11063E08 o 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 insert. 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 | Integated Wrench [Anti-seizure Cream
I Applicable Cutter @ /p % WEZ 1 1 025 E @ @
@ Series Code Insert Dia. Shank Number Shank
Size type of Teeth Dia.
WEZ11014E01
WEZ11016E02(-12) BFTX0305IP e . ) .
WEZ11018E02 * Modification of the cutter body is required when using
WEZ11020E02(-16) inserts with corner radius RE 2.4 or larger.
WE%] 1 832582(_1 6) / Modify the C chamfering portion.
WEZ11025E02
WEZ11025E03(-20) deli
WEZ11025E04(-20) ewor| |ng.gu| elines
WEZ11028E04 Corner radius = 2.4: C1
WEZ11030E04 (AOMT11T324PEER)
WEZ11032E02 1.5 | TRDRO8IP [SUMI-P Corner radius = 3.0: C2.5
WE?I ] 823582 BFTX0306IP (AOMT11T330PEER)
WEZ11032E05(-25) Corner radius = 3.2: C2.5
WEZ11035E05 (AOMT11T332PEER)
WEZ11040E02 Standard: R1.
WEZ11040E04
WEZ11040E06
WEZ11050E05
WEZ11050E07
WEZ11063E08
WEZ11080E10

H64 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Ceice | DLC | Cermet
High-speed/Light Cutting FE QEE (M [N] [P]
Process | General-purpose &6 |[B|[@] [ [N} [N}
Roughing & [P] K] 93
olo|lo|lo|lo|lo|lo|lo|o = =
Cat NO § § § § g § § § é 8 8 é Corner Radius FI 2(3
. . oD E_) % = 6 16 o156 T S g RE g 7]
RIRI1ZI21R|2|12|2 | = =
AOMT 11T302PEER-G [ 2K ) [ 2K ] [ 2K 2K J — — [ ] 0.2 |1
11T304PEER-G [ 2K 2K 2K 20 20 20 2K BN ) = o 04 |1
11T305PEER-G [ ] ([ 2K J — — 0.5 |1
11T308PEER-G 0000 0o oo = = [ ) 0.8 |1 -
11T310PEER-G | @ o0 — 1.0 |1 §
11T312PEER-G [ 2K J [ 2K ) [ 2K 2K J = = 1.2 |1 =
11T316PEER-G [ 2K J [ 2K J [ 2K X J — — 16 |1 =
11T320PEER-G ([ 2K J [ 2K ) ( 2 AN ) = = 2.0 |1 3
11T324PEER-G [ J ([ 2K J — — 24 |1
11T330PEER-G [ 2K J [ 2K ) [ 2K X J = = 3.0 |2 g?
11T332PEER-G | ® ele — | - 32 |2 gg
AOMT 11T304PEER-H 000000 oo = = = 04 |1 ag
11T308PEER-H [ 23K 2K 3K 2K 20 2K 2K BN ) — — — 0.8 |1 -
11T312PEER-H o ( X} = = = 12 |1 Fig 1
11T316PEER-H |® o0 — | — — 16 |1 ﬁ
AOET 11T302PEER-F o = = = = = = 0.2 |1 o ~~
11T304PEER-F [ ] — — — — — — 04 |1 ~ g o
11T305PEER-F o — = = = = — 0.5 |1 - N
11T308PEER-F (@ |~ - |- - | -] - |os8|1 128 .
11T310PEER-F o = = = = = = 1.0 |1 ‘
11T312PEER-F [ ] — — — — — — 1.2 |1
11T316PEER-F @ |— N R - — =] = 16 |1 —
11T320PEER-F [ ) — — — — — — 20 |1
11T324PEER-F [ J — = = = = — 2.4 |1 Fig 2 RE
11T330PEER-F [ ] — — — — — — 3.0 |2
11T332PEER-F [ J - = = = = = 32 |2 o S ™
AOET 11T302PEER-P16 (®| |— —| |- - | - — 02 [1 ~ »; )V"O
11T304PEER-P16 (@ = = = = = = 04 |1 f o
11T305PEER-P16 (@ |— - |- - | - — 05 |1 190 -
11T308PEER-P16 (@ — = = = = = 0.8 |1
11T310PEER-P16 (@ — — — — — — 1.0 |1
11T312PEER-P16 (@ - = = = = = 12 |1 ‘?ﬁ
AOET 11T302PEER-P20 (@ — — — — — — 0.2 |1
11T304PEER-P20 (@ = = = = = = 04 |1
11T305PEER-P20 @ — — — — — — 05 |1
11T308PEER-P20 (@ — = = = = = 0.8 |1
11T310PEER-P20 (@ — — — — — — 1.0 |1
11T312PEER-P20 (@ - = = = = = 12 |1
AOET 11T302PEER-P25 (@ — — — — — — 0.2 |1
11T304PEER-P25 (@ = = = = = = 04 |1
11T305PEER-P25 @ — — — — — — 0.5 |1
11T308PEER-P25 (@ = = = = = — 0.8 |1
11T310PEER-P25 (@ — — — — — — 1.0 |1
11T312PEER-P25 (@ - = = = = = 12 |1
AOET 11T302PEFR-S — === === o o — 0.2 |1
11T304PEFR-S — === === o [ ) = 04 |1
11T305PEFR-S — === === || o [ J — 05 |1
11T308PEFR-S ol el el el el el el el o o = 0.8 |1
11T310PEFR-S — === === || (] [ ) — 1.0 |1
11T312PEFR-S bttt el el el el el o [ ) = 12 |1
11T316PEFR-S — === === o [ ) — 16 |1
11T320PEFR-S — === === o [ ) = 2.0 |1
11T324PEFR-S — === === o [ J — 24 |1
11T330PEFR-S ol el el el el el el el o o = 3.0 |2
11T332PEFR-S — === === o [ ) 32 |2

-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€5" H58

-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

*-P16 is applicable to cutter diameters 014 and 216. -P20 is applicable to cutter diameters 18 and 220.
-P25 is applicable to cutter diameters 25 and 228.

Precautions for Mounting Inserts 1€ H55

@ mark: Standard stocked item (new product/expanded item) H65



Rake

Angle Axial 6°to 10°

10 Tss]

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling

.Shllﬁs' )N Cast Iron [ No

Side Milling ~ Plunge Miling ~Helical Miling

Fig 1 Fig 2
_ r_ PR { Y
(2] Q () —_—
25 - °
— J
= SRR £l 2 LH E2
=43) LH = o TF sk
=8 =
LF oA [a)ra)
5 Body (Short Shank type) Dimensions (mm)
E Cat No é Dia. Boss Shank Head Effective Length Overall Length Number of We|ght Flg
= B & DC DCSFMS DMM LH LU LF Teeth (kg)
§ 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
22 11020ES03-10 |® 20 18 10 25(24.7) - 55(54.7) 3 0.04 2
3= 11020ES03-12 |@ 20 18 12 30(29.7) — 65(64.7) 3 0.06 2
5= 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 insert.
Inserts are sold separately.

Parts

Flat Insert Screw | Wrench | Anti-seizure Cream

Applicable Cutter @ @ / %
N-m

WEZ11014ES01-12
WEZ11016ES02-10 BFTX0305IP
WEZ11016ES02-12
WEZ11020ES03-10
WEZ11020ES03-12
WEZ11020ES03-16 BFTX0306IP
WEZ11025ES04-12
WEZ11025ES04-16

1.5 |TRDRO8IP [SUMI-P

Recommended Cutting Conditions

Tool: WEZ11016ES02-10
Insert: AOET11T3OOPEER-F

15 ‘ ‘
— ‘fz: 0.05n‘1m/t
— ‘fz: 0.10n‘1m/t
e — 12 0.15mmt
€
é
g ° \ g
3 9]
S\ s:
P 6 \ S Cutting < %
2 \ 5, Widthae ©
la) \ Oy =
3 N ©
g

0 5 10 15 20 ‘ Overhang 35mm

Cutting Width ae (mm)

N
&)

-For cutting conditions for each work material, see H58.

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

Identification Code

WEZ 11 020 E S 03 -12

Series Code

Insert Dia. Shank Short Number Shank Dia.
Size type Shank 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.

WEZ11 type

Reworking guidelines
Corner radius = 2.4: C1
(AOMT11T324PEER)
Corner radius = 3.0: C2.5
(AOMT11T330PEER)
Corner radius = 3.2: C2.5
(AOMT11T332PEER)

Standard: R1.

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

H 66 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catice| DLC | Cermet
High-speed/Light Cutting FE QEE (M [N] [P]
Process | General-purpose  |&i|fn B|I[@] [RWE O [N}
Roughing & [P] K] 93
olo|lo|lo|lo|lo|lo|lo|o = =
Cat. No § § § § g § § § é 8 8 é Corner Radius Fi 2(3
. No. o ) E_) % = 6 16 o156 T S 0 RE 9 (7]
RIRIZ|12IR|2|12|2|< el =
AOMT 11T302PEER-G @ ® @6 e e(® — | — ° 02 |1
11T304PEER-G |® @@ ©® @@ @0 0 — ™ 0.4 |1
11T305PEER-G |® o0 — | 05 |1
11T30S8PEER-G (@ @@ @ @@ @00 — | — ° 0.8 |1 -
11T310PEER-G |@® o0 - — 1.0 |1 §
11T312PEER-G |®@|®| (@0 @ @@ — | — 12 |1 z
11T316PEER-G ®/® @@ e(@e(® — | — 16 |1 =
11T320PEER-G (@@ @@ ejej®e| — | — 2.0 |1 3
11T324PEER-G |® o — | 24 |1
11T330PEER-G (@@ @@ elej®e — | — 3.0 |2 =2
11T332PEER-G |@ e — | 32 |2 gg
AOMT 11T304PEER-H (@ @@ @@ (0(0[0[0 — | — = 04 |1 38
11T30SPEER-H @ @ @ @ @ @ @00 — | — — 0.8 |1 B
11T312PEER-H |® el — | — — 12 [1| FgH
11T316PEER-H |® o0 — | — — 16 |1 RE
AOET 11T302PEER-F @ |— —T 1= — =1 = 02 |1 P
11T304PEER-F @ |— - — o = loa |1 9 fY =
11T305PEER-F  |®| |— —| |- — | = = | os]|1 % &2}8
11T308PEER-F (@] |— —| |- — | - — 0.8 |1
11T310PEER-F  |®| |— - |- - | - — 1.0 |1 |28 3.6
11T312PEER-F (@] |— —| |- - | - — 12 |1
11T316PEER-F  |@®| |— - |- — | = — 16 |1 7
11T320PEER-F (@] |— —| |- - | - — 20 |1
11T324PEER-F (@] |— - |- — | = — 24 |1 Fig 2
11T330PEER-F (@] |— - - | - — 30 |2 RE
11T332PEER-F (@] |— - |- - | = — 32 |2 Y
AOET 11T302PEER-P16 @ |— — 1= N — 02 |1 i D )v
11T304PEER-P16 (@ |— — = — | = — 0.4 |1 a
11T305PEER-P16 ®| |— S - — =] - 05 |1 f
11T308PEER-P16 |®| |— —[["]l= — | = — 08 |1 122 3.4
11T310PEER-P16 (@] |— —| |- — | - — 1.0 |1
11T312PEER-P16 (@ | |— —| = = || = — 12 |1 Wi
AOET 11T302PEER-P20 @ |— — 1= — | = - 02 |1
11T304PEER-P20 (@ |— — = — | = — 0.4 |1
11T305PEER-P20 (@ |— —| |- - | - — 0.5 |1
11T308PEER-P20 (@ |— - |- - | - — 0.8 |1
11T310PEER-P20 (@ |— - — | - — 1.0 |1
11T312PEER-P20 |@| |— = = — | = — 12 |1
AOET 11T302PEER-P25 @ |— — 1= — | = - 02 |1
11T304PEER-P25 @ |— — = — | = — 0.4 |1
11T305PEER-P25 (@ |— - |- - | - — 05 |1
11T308PEER-P25 |@| |— —| |- - | - — 0.8 |1
11T310PEER-P25 (@| |— —| |- - | - - 1.0 |1
11T312PEER-P25 |@| |— = = — | = — 12 |1
AOET 11T302PEFR-S |—|—|—|—|—|—|-|-|-| ® | @ - 02 |1
11T304PEFR-S |—|—|—|—|—|—|—-|—|-| ® | ® — 0.4 |1
11T305PEFR-S |—|—|—|—|—|—|—|—|—| ® | ® — 05 |1
11T308PEFR-S |—|—|—|—|—|—|—-|—|—| ® | ® — 0.8 |1
11T310PEFR-S |—|—|—|—|—|—|—|—|—-| ® | @ — 1.0 |1
11T312PEFR-S |—|—|—|—|—|—|-|—|-| ® | ® — 12 |1
11T316PEFR-S |—|—|—|—|—|—|—|—|—-| ® | ® — 16 |1
11T320PEFR-S |—|—|—|—|—|—|—-|—|-| ® | ® — 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 165" H58

-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

*-P16 is applicable to cutter diameters 014 and 216. -P20 is applicable to cutter diameters 18 and 220.
-P25 is applicable to cutter diameters 25 and 228.

Precautions for Mounting Inserts 1€ H55

@ mark: Standard stocked item (new product/expanded item) H67
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Face Milling

Shoulder
Milling

Rake

Angle Axial 6°to 15°

10 Tss]

Face Milling ~ Shoulder Milng ~ Groove Miling

Ramping

Profiling

<

Side Milling ~ Plunge Miling ~Helical Miling

Cast Iron [ Nonferoisletd | Exotic Alloy

Fig 1 Fig 2
= =
[ / s| 8 =
[a] 4 g g
A»‘ LH
LF LF
Body (Long Shank type) Dimensions (mm)
Cat. No. E: o vy o ot Number of Teeth W(f('g)ht Fig
WEZ 11014ELO1 o 14 16 25(24.7) 120(119.7) 1 0.16 1
11016ELO2 ) 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 ) 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
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 ® 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 ) 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 ® 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
11032EL03 () 32 32 60(59.7) 170(169.7) 3 0.96 1
11035EL02 ) 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 ® 40 32 30(29.7) 170(169.7) 2 1.08 2
11050EL03 o 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 insert. When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5mm.

Inserts are sold separately.

Parts

Applicable Cutter

Flat Insert Screw

Wrench

Anti-sefzure Cream

S e

/Q

4

WEZ11014ELO1
WEZ11016EL02(-14)
WEZ11018ELO2
WEZ11020EL02(-18)
WEZ11022EL02
WEZ11025EL02(-22)
WEZ11025EL03
WEZ11028EL02
WEZ11030ELO2
WEZ11032EL02(-30)
WEZ11032EL03
WEZ11035EL02
WEZ11035EL03
WEZ11040EL02
WEZ11050EL03

BFTX0305IP

15
BFTX0306IP

TRDRO8IP

SUMI-P

H 68 @ Recommended Tightening Torque (N-m)

Identification Code

WEZ 11 025 E L 02 -22

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

* 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
(AOMT11T324PEER)

Corner radius = 3.0: C2.5
(AOMT11T330PEER)

Corner radius = 3.2: C2.5
(AOMT11T332PEER)

Standard: R1.




SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemerizd Catide | DLC | Cermet
High-speed/Light Cutting FE QEE (M [N] [P]
Process| General-purpose & EI[@| [RHWE O [N}
Roughing & [P] K] 93
olo|lolo|olo|ololo S F=
Cat. No § § § § g § § 8 8 8 8 é Corner Radius E 2(3
. . oD E_) % = 6 16 g 5 T S g RE g 7]
RIRIZ|12IR|2|12|2|< el =
AOMT 11T302PEER-G @ ® @6 e e(® — | — ° 02 |1
11T304PEER-G |® @@ ©® @@ @0 0 — ° 04 |1
11T305PEER-G | @ el — | — 05 |1
11T30S8PEER-G (@ @@ @ @@ @00 — | — ° 0.8 |1 -
11T310PEER-G |@® o0 - — 1.0 |1 §
11T312PEER-G |®@|®| (@0 @ @@ — | — 12 |1 =
11T316PEER-G ®/® @@ e(@e(® — | — 16 |1 =
11T320PEER-G |®@|®| @@/ @ @@ — | — 2.0 |1 3
11T324PEER-G | ® el — | — 24 |1
11T330PEER-G (@@ @@ elej®e — | — 3.0 |2 =2
11T332PEER-G |@ e — | 32 |2 gg
AOMT 11T304PEER-H |@|@® ©0|/@(0@ @00 /0| — | — = 04 |1 3g
11T308PEER-H |@ @ @ /@ @ @@ @@ — | — — 0.8 |1 -
11T312PEER-H |@® ele — | — — 12 |1] Fig1
11T316PEER-H |@® el — | — — 16 |1 RE
AOET 11T302PEER-F  |®| |— —T 1= — =] = Jo2]1 S
11T304PEER-F  |®| |— — |= - | - — 04 |1 R |
11T305PEER-F  |®| |— —| = — = — 05 |1 L &2}%
11T308PEER-F |®| |— —| |= — | - — 0.8 |1 i
11T310PEER-F  |@| |— = = = | = — 1.0 |1 12.8 3.6
11T312PEER-F  |@®| |— — |- — | - — 12 |1
11T316PEER-F  |@| |— = = — | = — 16 |1 i
11T320PEER-F  |®| |— — = — | - — 2.0 |1 =i
11T324PEER-F @ |— - 1= = | = — 24 |1 Fig 2
11T330PEER-F |®| |— —| |= - | - — 3.0 |2 RE
11T332PEER-F  |@| |— —| |- - | = — 32 |2 oS
AOET 11T302PEER-P16 (@] |— — 1= R — 02 |1 R b )Y"’
11T304PEER-P16 (@ |— = = = | = — 0.4 |1 =]
11T305PEER-P16 (@] |— - - | - — 05 |1 !
11T308PEER-P16 (@ |— == - | = — 0.8 |1 12.2 4
11T310PEER-P16 |®| |— — |= — | - — 1.0 |1
11T312PEER-P16 |®| |— == = == 1.2 |1 Wi
AOET 11T302PEER-P20 (@] |— — 1= — | = - 02 |1
11T304PEER-P20 (@ |— = = = | = — 04 |1
11T305PEER-P20 |®| |— — = - | - — 05 |1
11T308PEER-P20 (@ |— == = | = — 0.8 |1
11T310PEER-P20 (@ |— — |= - | - — 1.0 |1
11T312PEER-P20 |@| |— = = = | = — 12 |1
AOET 11T302PEER-P25 (@] |— — 1= — | = - 02 |1
11T304PEER-P25 |@| |— = |= = | = — 04 |1
11T305PEER-P25 (@ |— — |- - | = — 05 |1
11T308PEER-P25 |@| |— == = | = — 0.8 |1
11T310PEER-P25 (@ |— — |= — | - - 1.0 |1
11T312PEER-P25 |@| |— = = = | = — 12 |1
AOET 11T302PEFR-S |—|—|—|—|—|—|-|-|-| ® | @ - 02 |1
11T304PEFR-S |—|—|—|—|—|—|-|—-|-| ® | @ — 04 |1
11T305PEFR-S |—|—|—|—|—|—|—|—|-| ® | @ — 05 |1
11T308PEFR-S |—|—|—|—|—|—|—|—|—| ® | @ — 0.8 |1
11T310PEFR-S |—|—|—|—|—|—|—|—|—-| ® | @ — 1.0 |1
11T312PEFR-S |—|—|—|—|—|—|—-|—-|—| ® | @ — 12 |1
11T316PEFR-S |—|—|—|—|—|—|—|—|-| ® | @ — 16 |1
11T320PEFR-S |—|—|—|—|—|—|—-|—-|—| ® | @ — 2.0 |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 165" H58

-P16/-P20/-P25: High-precision Machining, -S: Non-Ferrous Metals.

*-P16 is applicable to cutter diameters 014 and 216. -P20 is applicable to cutter diameters 18 and 220.
-P25 is applicable to cutter diameters 25 and 228.

Precautions for Mounting Inserts 1€ H55

@ mark: Standard stocked item (new product/expanded item) H69



Cast Iron [ Nonferoisletd | Exotic Alloy

<

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Side Milling  Plunge Millng ~ Helical Miling

Rake 1500 | ano
| Axial | 6°to 15° 90

Fig 1 Fig 2
K = N )

» 8 = <
.CE»E 3 8 =
=5 LH
=3 LF

LH
LF
o BOdy (Shank type) Dimensions (mm)
= == . H
g Cat. No. é 5'8 S’RZ"KA Tj:d Ove'aﬂll;e"gth Number of Teeth W(i'gg)ht Fig
8 WEZ 17025E02 o 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
3 o 17030E03 [ J 30 25 40(39.3) 130(129.3) 3 0.43 2
% g 17032E02 ([ 32 32 40(39.3) 130(129.3) 2 0.71 1
23 17032E03 ® 32 32 40(39.3) 130(129.3) 3 0.69 1
@ 17032E03-25 |@ 32 25 40(39.3) 130(129.3) 3 0.44 2
17035E03 [ ) 35 32 40(39.3) 130(129.3) 8 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 o 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 ° 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 o 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 ° 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 insert. 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 |Aiseizure Cream WEZ 1 7 025 E 02 @
Applicable Cutter § @ /y % Series Code Insert Dia. Shank  Number Shank Dia.
Size type of Teeth

WEZ17025E02(-20)

WEZ17028E02 BFTX0407IP * Modification of the cutter body is required when using
WEZ17030E03 inserts with corner radius RE 2.4 or larger.
WEZ17032E02 Modify the C chamfering portion.
WEZ17032E03(-25)
WEZ17035E03 /
WEZ17040E03 3.0 |TRDR15IP [SUMI-P Reworking guidelines
WEZ17040E04 Corner radius = 2.4: C1
WEZ17050E03(-42) BFTX0409IP (AOMT170524PEER)
WEZ17050E05(-42) Corner radius = 3.0: C1.5
WEZ17063E04(-42) (AOMT170530PEER)
WEZ17063E06(-42) Corner radius = 3.2: C1.5
WEZ17080E07 (AOMT170532PEER)

Corner radius = 4.0: C2

(AOMT170540PEER)

Corner radius = 5.0: C5

(AOMT170550PEER)

Corner radius = 6.4: C5

(AOMT170564PEER)

Standard: R1.

H70 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartie) DLC | Cermet
High-speed/Light Cutting|  |fa (3| |[H|C3] |&4] [N] [P]
Process| General-purpose & EI[@| [RHWE O [N}
Roughing & [P] (K] gg
o|lo|lo|lo|lo|o|o - =
2358881818 o || & |em| 85
Cat. No. SISIRRISIEICIZZ £ |8 B | R | @
olo|o|o|olalo|e|Q a B
| X|<|< X |<|<|<|<
AOMT 170502PEER-L e |- — |[eole®] — 02 |1
170504PEER-L oo o0 o000 — |- ° 04 |1
170508PEER-L oo o0 o000 — | ° 0.8 |1
170512PEER-L e |- —| ol® — |- 12 |1 -
170516PEER-L D) - eol®l — |- 1.6 |1 8
AOMT 170502PEER-G o0 o0 @00 — | — 02 |1 ®
170504PEER-G oo 0000000 — | — 0.4 |1 s
170505PEER-G ° el — | — 05 |1 3
170508PEER-G o000 00 00 - | ° 0.8 |1
170510PEER-G ° el — | — 1.0 |1 @
170512PEER-G o0 oo o000 — | — 12 |1 =
170516PEER-G o0 o0 o000 — | - 16 |1 5£
170520PEER-G oo oo o000 — | 20 |1 ]
170524PEER-G ™) el — | — 24 |1
170530PEER-G oo oo o000 — | - 3.0 |1
170532PEER-G oo o0 o0l — | - 32 |1
170540PEER-G oo oo o000 — | - 40 |1 Fig 1
170550PEER-G oo o0 000 — | — 50 |2 RE
170564PEER-G D) o0 — | — 6.4 |2 ~
AOMT 170504PEER-H o0oj0o0e0o00j0oj0 — | — — 04 |1 3 1 -,
170508PEER-H eooe0e0e0e0e0ee — || — o081 - B
170512PEER-H () o0 — = = 1.2 |1 i f
170516PEER-H D) ele — | — — 1.6 |1 19.5 5.5
AOET 170502PEER-F o | = 1= — | = - 02 |1
170504PEER-F e |- —| |= - | - - 0.4 |1
170505PEER-F e |- - - | = - 05 |1 Eﬁ
170508PEER-F e |- —| |= - | - — 0.8 |1 _
170510PEER-F o |- —| = — | = — 1.0 |1 Fig2
170512PEER-F o |- —| |- — | - — 12 |1 ] RE
170516PEER-F o |- - |- — | =1 = |16 |1 o ; [
170520PEER-F e |- —| |- - | - — 2.0 |1 =) ] ==
170524PEER-F o |- —| |- — = = |24 ‘ QS}N
170530PEER-F e |- —| |- - | - — 3.0 |1 180 5o
170532PEER-F e |- —| |- - | = = 32 |1 : :
170540PEER-F e |- — |- - | - — 40 |1
170550PEER-F ® |- - |- - | = - 50 |2 W
170564PEER-F e |- — |- - | = — 6.4 |2
AOET 170502PEER-P25  |@| |— — 1= - = - 02 |1
170504PEER-P25 |@| |— — |- - | = — 0.4 |1
170505PEER-P25 |@| |— — |- - | = - 05 |1
170508PEER-P25 |@| |— — |- — | = — 0.8 |1
170510PEER-P25  |@| |— - |- - | = - 1.0 |1
170512PEER-P25  |@| |— —| |- - | = — 12 |1
AOET 170502PEER-P32 | @| |— — 1= - | = = 02 |1
170504PEER-P32 (@| |— — |- — | = — 0.4 |1
170505PEER-P32 |@| |— — |= - | = - 05 |1
170508PEER-P32 (@] |— — |- — — 0.8 |1
170510PEER-P32 (@] |— - |= - | = — 1.0 |1
170512PEER-P32 (@] |— - |= - | = — 12 |1
AOET 170502PEFR-S —=1=T=1=1=1=1=-T-1 ® | @ - 02 |1
170504PEFR-S —|—===|—|=|=|-]-1 ® | ® — 0.4 |1
170505PEFR-S —|=1=l=|=1=l=|--1 ® | ® - 05 |1
170508PEFR-S — === |=|=]=|-]-] ® | ® — 0.8 |1
170510PEFR-S —|=1l=l==1==|=1-1 ® | ® - 10 |1
170512PEFR-S —|=|=[=|=|=|=|=]-] ® | ® — 12 |1
170516PEFR-S —|=l=l=|=l=l=|=l=1 ® | ® - 16 |1
170520PEFR-S —|=|=[=|=|=|=|=]-] ® | ® — 2.0 |1
170524PEFR-S —|=l=l=|=l=l=|=l-1 ® | ® - 24 |1
170530PEFR-S —|=|=[=|=|=|=|=]-] ® | ® — 3.0 |1
170532PEFR-S —|=l=l=|=l=l=|=l=1 ® | ® - 32 |1
170540PEFR-S —|==[=|=|=|=|=]-] ® | ® - 4.0 |1
170550PEFR-S —|=l=l=|=l=l=|=l-1 ® | ® — 50 |2
170564PEFR-S —|=l=l=l=1=l=]-l-]1 e | @ - 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Recommended Cutting Conditions 1€"H58 J Maximum Allowable Spindle Speed 1€5" H59
-F: Medium Finishing, -P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.
*-P25 is applicable to cutter diameters 625 and 228. -P32 is applicable to cutter diameters 830, 32 and 35.

@ mark: Standard stocked item (new product/expanded item) H71

Precautions for Mounting Inserts 1€ H55



Cast Iron [ NonFemusMetd | Exotic Alloy

<

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Side Milling  Plunge Millng ~ Helical Miling

Rake 1500 | ano
N Axial | 6 tos® 90

Fig 1
— 2
(@] e
(2] a €
£s 8
= H =
=0 LF s
a
o BOdy (Short Shank type) Dimensions (mm)
é G s § Dia. Boss Shank Head Overall Length Number of Weight i
s - No- & DC DCSFMS DMM LH LF Teeth (kg) 9
§ WEZ 17025ES02-16 | @ 25 23 16 30(29.3) 70(69.3) 2 0.11 1
s 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 insert. When using RE = 5.0/6.4 inserts, the maximum depth of cut is 14.5mm.
Inserts are sold separately.

Shoulder
Milling

Parts Identification Code

R Flat Insert Screw | Wrench | Ani-seizure Cream WEZ 1 7 025 E § Q _1 6
@ @ / f Series Code Insert Dia. Shank Short Number Shank Dia.
Size type Shank of Teeth

WEZ17025ES02-16 BFTX0407IP
WEZ17032ES03-16 BFTX0400ip | >0 |TRORISIPISUMI-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: AOET17050OPEER-F Reworking guidelines
15 Corner radius = 2.4: C1
‘fz: o.oean " (AOMT170524PEER)
— ‘fz: 0_12an/t Corner radius = 3.0: C1.5
—— 7 020mhmAt (AOMT170530PEER)
Corner radius = 3.2: C1.5
(AOMT170532PEER)
Corner radius = 4.0: C2
\\ (AOMT170540PEER)

AN Corner radius = 5.0: C5
N\ \ (AOMT170550PEER)
\ Corner radius = 6.4: C5

3 SN (AOMT170564PEER)

[}

Standard: R1.

0 5 10 15 20 25
Cutting Width ae (mm)

- For cutting conditions for each work material, see H58.
- The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping system).

Cutting
Width ae

Hﬁ
}

Work Material
o16mm

Depth of Cut ap

Depth of Cut ap (mm)
© N
4/

‘ Overhang 35mm

H72 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartie) DLC | Cermet
High-speed/Light Cutting|  |fa (3| |[H|C3] |&4] [N] [P]
Process| General-purpose & EI[@| [RHWE O [N}
Roughing & [P] (K] gg
o|lo|lo|lo|lo|o|o - =
21358881818 o || & |em| 85
Cat. No. SISIRRICEICZZ £ |8 B | R [ @
olo|o|o|olalo|e|Q a B
| X|<|< X |<|<|<|<
AOMT 170502PEER-L e |- —| o|®] — 02 |1
170504PEER-L oo 00000 — | — ° 0.4 |1
170508PEER-L o0 00000 — | — ° 0.8 |1
170512PEER-L e |- —| eol® — |- 1.2 |1 -
170516PEER-L 0 —| eol® — |- 1.6 |1 8
AOMT 170502PEER-G oo o0 o0 — | — 02 |1 ®
170504PEER-G o000 000 00 — | — 0.4 |1 s
170505PEER-G ) e — | — 05 |1 3
170508PEER-G o000 000 00 — | — ° 0.8 |1
170510PEER-G ) e — | — 1.0 |1 @
170512PEER-G oo o0 o000 — | - 1.2 |1 =3
170516PEER-G oo oo oo — | — 16 |1 S£
170520PEER-G oo o0 oo — | - 2.0 |1 )
170524PEER-G ) e — | — 2.4 |1
170530PEER-G oo o0 oo — | - 3.0 |1
170532PEER-G oo oo o0 — | — 32 |1
170540PEER-G oo o0 oo — | - 40 |1
170550PEER-G [ 2K ) [ 2K ) [ 2N X J = = 5.0 |2
170564PEER-G ® e — | — 6.4 |2 Fig 1
AOMT 170504PEER-H o o000 0000 — | — 04 |1 ‘ E
170508PEER-H oo 0000000 — — 0.8 |1 o ==
170512PEER-H ° o0 — |- — 12 |1 S 1 [y
170516PEER-H ® ee — | — — 1.6 |1 : i
AOET 170502PEER-F o [— = 1= - [ = - 02 |1 19.5 5.5
170504PEER-F e |- — |- — | - — 0.4 |1
170505PEER-F o |- — — | = = | o5 |1 7
170508PEER-F e |- — |- — | = — 0.8 |1
170510PEER-F e |- — |- - | = = 1.0 |1 Fig 2 RE
170512PEER-F e |- — |- — | - — 1.2 |1 , ‘ -
170516PEER-F e |- — |- = | = = 16 |1 ©
170520PEER-F e |- —| |— - | = — 2.0 |1 2l N8 =
170524PEER-F e |- — |- - | = - 2.4 |1 o0 s <
170530PEER-F e |— — |- — | = — 3.0 |1 : :
170532PEER-F e |- — |- - | = — 32 |1
170540PEER-F e |— — |- — | - — 40 |1 Eﬁ
170550PEER-F e |- — |- - | = - 50 |2
170564PEER-F e |- — |- - | = — 6.4 |2
AOET 170502PEER-P25 e |- = |= = | = = 02 |1
170504PEER-P25 e |- — |- - | = — 0.4 |1
170505PEER-P25 e |- — |- - | = - 05 |1
170508PEER-P25 o |— — |- - | - — 0.8 |1
170510PEER-P25 e |- - |- - | = - 1.0 |1
170512PEER-P25 e |- — |- - | = — 1.2 |1
AOET 170502PEER-P32 |®| |— — = — | = - 02 |1
170504PEER-P32 o |— — |- - | - — 0.4 |1
170505PEER-P32 e |- — |- - | = - 05 |1
170508PEER-P32 e |- — |- — — 0.8 |1
170510PEER-P32 e |- - |= - | = - 1.0 |1
170512PEER-P32 e |- — = - | = — 1.2 |1
AOET 170502PEFR-S —I=1=1=1=1=1=1=1-1 @ | ® — 02 |1
170504PEFR-S —|—=l—l——-1-1-]-]-] ® | ® - 0.4 |1
170505PEFR-S —|=l=l=-1-1-1--] @ | e® - 05 |1
170508PEFR-S —|=l—l—-1-1-]-]-] @ | ® - 0.8 |1
170510PEFR-S —|=l=l==--]1--] ® | e® - 1.0 |1
170512PEFR-S —|=l=l==]==]=]-] ® | ® - 12 |1
170516PEFR-S —|=l=l====]1=/-] ® | ® - 16 |1
170520PEFR-S —|=l=l====]=]-] ® | ® - 2.0 |1
170524PEFR-S —|=l=l====]=/-] ® | ® - 2.4 |1
170530PEFR-S —|=l=l====]=]-] ® | @ — 3.0 |1
170532PEFR-S —|=l=l====]1=-] e | e® — 32 |1
170540PEFR-S —|=l=l===]=]-]-] e | e® — 4.0 |1
170550PEFR-S —|=l=l====1=-] e | e — 50 |2
170564PEFR-S ———---1-1-1-1-]1 e | e — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Recommended Cutting Conditions 1€ H58

-F: Medium Finishing, -P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.
*-P25 is applicable to cutter diameters 025 and 228. -P32 is applicable to cutter diameters 630, 32 and 035.

@ mark: Standard stocked item (new product/expanded item) H73



Rake

(15T @

<

Cast Iron [ Nonferoisletd | Exotic Alloy

Angle Axial 6°to 15°
Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiing  Side Milling  Plunge Millng ~ Helical Milling
Fig 1 Fig 2
= N
[ g £ s o =
25 Z 8 z
EE LH g
s 3 LF
LH
LF
o BOdy (Long Shank type) Dimensions (mm)
f = X . A
g Cat. No. é 5'8 S’RZ"KA Tj:d Ove'aﬂll;e"gth Number of Teeth W(i'gg)ht Fig
8 WEZ 17025EL02 o 25 25 50(49.3) 170(169.3) 2 0.55 1
o 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
3 o 17032EL02 [ ) 32 32 60(59.3) 170(169.3) 2 0.94 1
% g 17032EL02-30 ©® 32 30 50(49.3) 170(169.3) 2 0.85 2
23 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
17040ELO03 o 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
17050EL05 ([ 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
17063EL0O4 |@ 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

Inserts are sold separately.

Parts

Applicable Cutter

Flat Insert Screw

Wrench

Anti-seizure Cream

&S &

/Q

4

WEZ17025EL02
WEZ17028EL02
WEZ17030EL02
WEZ17032EL02(-30)
WEZ17032EL03
WEZ17035EL02
WEZ17040EL02
WEZ17040EL03
WEZ17040EL04

BFTX0407IP

3.0
BFTX0409IP

TRDR15IP

SUMI-P

H74 @ Recommended Tightening Torque (N-m)

Identification Code

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

WEZ 17 032 E L 02 -30

Insert
Size

Series Code

Dia.
type Shank of Teeth

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

i

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.

Shank Long Number Shank Dia.



SEC-WaveMill

WEZ Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartie) DLC | Cermet
High-speed/Light Cutting|  |fa (3| |[H|C3] |&4] [N] [P]
Process| General-purpose & EI[@| [RHWE O [N}
Roughing & [P] (K] gg
olo|lo|lo|lo|o|o (=
21388881818 < || & |e| 85
Cat. No. g % YRS g g g cI\J S 2 R;:Es Fig @
RIRIZ2I12I1R|12|12|2|< 8| F
AOMT 170502PEER-L [ ) — — [ X J — 02 |1
170504PEER-L o0 060 o oo - — [ ) 04 |1
170508PEER-L [ 2N J [ 2K J ( 2 BN J — — [ ] 08 |1
170512PEER-L [ ) — — ( BN J — — 1.2 |1 =
170516PEER-L [ ) — (K ) — — 1.6 |1 o
AOMT 170502PEER-G [ 2K ) [ 2K ) ( 2 BN J — — 02 |1 ©
170504PEER-G [ 2K 2K B3 2K 2K 2K 2K BN J — — 04 |1 E
170505PEER-G [ ) ( BN J — — 05 |1 é
170508PEER-G [ 3K 2K B3 2K 2K 2K 2K BN J — — (] 0.8 |1
170510PEER-G [ ) ( BN J — — 1.0 |1 17
170512PEER-G [ 2K J [ 2K J [ 2K 2X J — — 1.2 |1 §3’
170516PEER-G oo o0 o000 — | — 1.6 |1 £
170520PEER-G [ XX} [ XX} [ 2K 2K J — — 2.0 |1 Qo
170524PEER-G [ ) ( 2K ) — — 24 |1
170530PEER-G [ 2K ) [ 2K ) [ 2K 2K J — — 3.0 |1
170532PEER-G [ 2K ) ( 2K ) [ 2K X J = = 32 |1
170540PEER-G [ 2K ] [ 2K ) [ 2K 2K J — — 4.0 |1
170550PEER-G [ 2K ) [ 2K ) ( X AN J = = 5.0 |2
170564PEER-G [ ) [ 2K J — — 6.4 |2 Fig 1
AOMT 170504PEER-H oeeeee0e0e0e — | —| - 04 |1 9 o RE
170508PEER-H 00000 o oo — — — 0.8 |1 o =
170512PEER-H ° ele| — |- | - 1.2 |1 S !
170516PEER-H ) o e — — — 1.6 |1 ‘ )V 3
AOET 170502PEER-F [ ) — — — — — — 0.2 |1 19.5 5.5 !
170504PEER-F o — — — — — — 04 |1
170505PEER-F o |- = = 05 |1 T
170508PEER-F o — — — — — — 08 |1
170510PEER-F e |- - |- - |- — 1.0 |1 Fig 2 RE
170512PEER-F o — — — — — — 1.2 |1 E : ™~
170516PEER-F [ ) — — — — = = 16 |1 g
170520PEER-F ® |- —| |- — | =] — |20 |1 = NS @%@,
170524PEER-F o |- == - =] = |24 180 5ol f°
170530PEER-F [ ] — — — — — — 3.0 |1
170532PEER-F o — — — — — = 32 |1
170540PEER-F [ ] — — — — — — 4.0 |1 Eﬁ
170550PEER-F o — — — — — = 50 |2
170564PEER-F [ — — — — — — 6.4 |2
AOET 170502PEER-P25 o — — — — — — 02 |1
170504PEER-P25 [ ] — — — — — — 04 |1
170505PEER-P25 [ ] — — — — — — 05 |1
170508PEER-P25 (] — — — — — — 08 |1
170510PEER-P25 o — — — — — — 1.0 |1
170512PEER-P25 (] — — — — — — 1.2 |1
AOET 170502PEER-P32 [ ) — — — — — = 02 |1
170504PEER-P32 (] — — — — — — 04 |1
170505PEER-P32 o — — — — — — 05 |1
170508PEER-P32 [ ) — — — — — 08 |1
170510PEER-P32 o — — — — — — 1.0 |1
170512PEER-P32 [ ) — — — — — — 1.2 |1
AOET 170502PEFR-S — == === === o o — 02 |1
170504PEFR-S — === === [ ] (] — 04 |1
170505PEFR-S — === === [ ] o — 05 |1
170508PEFR-S — === === [ ] o — 0.8 |1
170510PEFR-S — === === [ ] o — 1.0 |1
170512PEFR-S — === === | [ ] [ ] — 1.2 |1
170516PEFR-S — === === o [ ) — 1.6 |1
170520PEFR-S — === === | [ ] [ ] — 20 |1
170524PEFR-S =|=|=|=]=|=|=|=|= [ ] [ ) = 24 |1
170530PEFR-S — === === [ ] o — 3.0 |1
170532PEFR-S =|=|=|=[=|=|=|=|= o o = 32 |1
170540PEFR-S il el el el el el el el o [ ] — 40 |1
170550PEFR-S =|=|=|==|=|=|=|= o [ ) = 50 |2
170564PEFR-S — = === === [ [ ) — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, Recommended Cutting Conditions 1€~ H58

-F: Medium Finishing, -P25/-P32: High-precision Machining, -S: Non-Ferrous Metals.
*-P25 is applicable to cutter diameters 025 and 228. -P32 is applicable to cutter diameters 630, 32 and 035.

@ mark: Standard stocked item (new product/expanded item) H75



SEC-WaveMill

WEZR series

@

Milling
Cutters

Multi- q Shoulder -
purpose High-Feed Milling Face Milling

Radius

B 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 applicable to steel,
stainless steel and cast iron

B Body Features

@ Flute shape ensures both rigidity and excellent chip @ Irregular pitched body suppresses
evacuation performance chattering
61
-R
The chip pocket is larger toward o
the tip and the body is thicker
toward the rear, for excellent )
chip evacuation and rigidity P
// ’
7 7 /
P 02
s /
/
/
R4 63
61 = 62 = 63
Tip Irregular pitch is used to improve chatter resistance

B Cutting Performance

Non-Ferrous " Side Cutters ~ Radial/3D
Metals Chamfering T-Slot Cutters  Profiling

Cast Iron,
High-Speed

H76

@ Sharp inserts and irregular pitched body provide superb chatter resistance

Capable of stable machining even with

BT40 spindle machines WEZR11 type Capable of machining

Vertical Machining Centre BT40 up to 10mm

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 11T308PEER-G (ACU2500)

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

Capable of stable machining even with a long overhang
Capable of machining

Vertical Machining Centre BT50 WEZR17 type
up to 8mm
Competitor's Product B Chatter at 4mm
0 2 4 6 8 10
Overhang Cutting Width ae (mm)
235mm
Machine : Vertical Machining Centre BT50, Work Material: SCM440, Overhang Amount: 235mm
Tool : WEZR 17063RS5727Z04 (063, 4-tooth 4-stage)
3 Insert : AOMT 170508PEER-G (ACU2500)

Cutting Conditions : vc = 150m/min, fz = 0.15mm/t, ap = 50mm, Dry




Shoulder Height (mm)

Cutting Performance

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

30

I
-8~ WEZR type I—
A Competitor's
25 Product C ——
{ —
Lo
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(=}
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o
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o
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N
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0 .

-0.02 0 0.02 0.04 0.06
Deviation (mm)

]
4

B Application Range

@ Steel, stainless steel, cast iron

70

60

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 H58 for the cutting speed and feed rate.

o P
80

WEZR type Competitor's Product C g;
- 1 ‘ 85
. T »Q
L T - |
ap <
n
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 2
ae|. 3
s 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) w
Insert : AOMT 11T308PEER-G (ACU2500) E 3
Cutting Conditions : vc = 160m/min, fz = 0.15mm/t, ap = 30mm, ae = 2mm, Dry 5 %
Q
o4

@ Aluminum alloys, titanium alloys
<)

BO—H\ N
: 8

60

50

Depth of Cut ap (mm)

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

H77



Cast Iron [ NonFerousletd | Exotic Alloy

Rake 44.53:0] Ao
N Axial | 14710 15° 90 O

Shoulder Miling ~ Groove Milling Side Milling

Fig 1 CBDP
KDP
e g
(2] m
£ 285
=5 a
= 3
=0
o BOdy (She" type) Dimensions (mm)
g S Dia.  |MaxDepthofCut| ~ Boss Height | Hole Dia. |Keyway Width |Keyway Depth | Mounting Depth | Bolt Bolt  |Total No.| No. of | Effective Welght .
s Cat. No. &| DC |APMX |DCSFMS| LF | DCB | KWW | KDP |CBDP| D1 | D2 |ofTeeth |Stages|No.ofTeeh| (kg) | 2
8 o | WEZR 11040RS4416204 | @ | 40 |44(43)| 37 |60(59.7) 16 8.4 5.6 18 14 9 20 5 4 0.27 |1
s ":1:5 11050RS5322Z04 (@ | 50 |53(52)| 47 |70(69.7)| 22 10.4 6.3 20 18 11 24 6 4 0.57 |1
=

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

Shoulder
Milling

Parts Recommended Cutting Conditions

Flat Insert Screw | Wrench | Bolt | Aniseizue Cream ol . Work Hard %3 Cutting Speed vc (m/min)| Feed Rate fz (mm/t) |  Insert

. Material ZICHESS gg- Min. - Optimum - Max. [Min. - Optimum - Max.| Grade
Applicable Cutter @ @ /ﬁ % Carbon | <280HB |G| 80 - 150 - 200|0.08 - 0.12 - 0.20] ACU2500
Steel |5 280HB [G| 80-100 - 120]0.08 - 0.12- 0.20| 385000
Alloy Steel | < 280HB |G| 80 - 150 - 180/0.08 - 0.12 - 0.20| ACP3000
WEZR 11040RS4416204 BFTX0306IP 1.5 [TRDRO8IP BX0850 SUMI-P Stainless ACU2500
WEZR 11050RS5322704 BX1060 e’ | <280HB |G| 80-120-160(0.08 - 0.12- 020 ACNI200
Cast Iron/ ng’gggg
Identification Code Ductile — |G| 80-150-200{0.08 -0.12- 0.20| A3k5000
Cast Iron ACK3000
WEZR 11 040 R S 44 16 204
n v Exotic Alloy|  — |G| 40- 50- 60|0.08-012-0.20 ACM200

Series Code In§er1 Dia. lFeezlj Metric Max. Mounting Effective Alurninum 1Si < 12.6%| S 300 - 500 - 800]0.05 - 0.10 - 0.15] pL 2000

Size Direction Bore  Depth ~ Hole  No. of Alloy  [Si>12.6% | S| 100 - 200 - 250/0.05 - 0.10 - 0.1 H20

of Cut Diameter Teeth - — - ” -
- 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
(AOMT11T324PEER)

Corner radius = 3.0: C2.5
(AOMT11T330PEER)

Corner radius = 3.2: C2.5
(AOMT11T332PEER)

Standard: R1.

H78 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WEZ Steel Cast Iron  Non-femusletal 5 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catie| DLC| Cermet
High-speedLight Cuting| B |[D|  |CI|CI| | M4 [N] [P]
Process|General-purpose| & B | B[] (M O O
Roughing |& [P] [K] o=z
318|8|8|8/8|8/8|8 o < o =
O wo|ololo|o|lal® o (=] S " . =]
Cat. No. SSIRRIZEICIZIZ £ |]] 8 | he [ 2@
2IRI2|2IR|1%|%|<|< a| F
AOMT 11T302PEER-G (@ | ® [ 2K J 0 e — — [ 02 |1
11T304PEER-G © © ( © © © © ® & & — [ J 0.4 |1
11T305PEER-G | @ e — — 05 |1
11T308PEER-G | @ © © © © ©® ® & & — () 0.8 |1 -
11T310PEER-G | @ o0 — — 1.0 |1 ) 9
11T312PEER-G (@ |@| (@@ (@ /@@ — | — 12 |1 Fig 1 RE g
11T316PEER-G | @ | @ [ 2K J e e — — 16 |1 e =
11T320PEER-G (@ (@ |@(®@| @ @@ — | — 20 |1 o = 2
11T324PEER-G | @ e — — 24 |1 ~ b 8
11T330PEER-G (@ | ® ( 2K J o006 = 3.0 |2 - g?
11T332PEER-G | ® e — — 32 |2 12.8 3.6 =2
AOMT 11T304PEER-H © | © | © © © © © © © — — = 04 |1 ‘ 2 §
11T308PEER-H © © ©® © ©® ® ® & & — — — 0.8 |1 =
11T312PEER-H | @ o0 — = = 1.2 |1 Eﬁ
11T316PEER-H | @ e — — — 1.6 |1 )
AOET 11T302PEER-F | @ | | — = = — =1 = [o2[1 Fig2 RE
11T304PEERF | @ | | — —| |- — | =] — | o4 |1 V.
11T305PEER-F | ® — = = = = = 05 |1 ™
11T308PEERF (@ | — = - - — | os |1 ~ - BN
11T310PEER-F | ® — = = = = = 1.0 |1 }
11T312PEER-F | @ — — — — — — 1.2 |1 12.2 3.4
11T316PEER-F | @ — — — = = = 1.6 |1
11T320PEER-F | ® — — — — — — 2.0 |1
11T324PEER-F | @ — = = = = = 24 |1 Eﬂ
11T330PEER-F | @ — — — — — — 3.0 |2
11T332PEER-F | @ — — — — = = 32 |2
AOET 11T302PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 02 |1
11T304PEFR-S | — | —|—|—|—|—|—|—|—| @ [ J = 04 |1
11T305PEFR-S | — | —|—|—|[—|—|—|—|—| @ [ J — 05 |1
11T308PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 0.8 |1
11T310PEFR-S | — | —|—|—[—|—|—|—|—| @ [ J — 1.0 |1
1T32PEFR-S |— | —|—|—[—|—|—|—|—| @ [ J = 1.2 |1
11T316PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 1.6 |1
11T320PEFR-S | — |—|—|—|[—|—|—|—|—| @ [ J = 2.0 |1
11T324PEFR-S |— |—|—|—[—|—|—|—|—| @ [ J — 24 |1
11T330PEFR-S |—|—|—|—|—|—|—|—|—| @ 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€ H55 I

@ mark: Standard stocked item (new product/expanded item) H79



Cast Iron [ Nonferoisletd | Exotic Alloy

Rake 951
INCIE  Axial | 7°to 15° 29,57 900 g @ O

Shoulder Miling ~ Groove Milling Side Milling

* Modification of the cutter body is required when using

of Cut Diameter  Teeth
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)

Fi
‘91 CBDP
KDP
%)
of i ol =
£S 8 a8} 18 Lg:)
=35 77 )
APMX
LF
o BOdy (She" type) Dimensions (mm)
é S Dia.  |Max DepthofCut| ~ Boss Height | Hole Dia. |Keyway Width |Keyway Depth [ Mounting Depth | Bolt Bolt  |Total No.| No. of | Effective Weight | .
s Cat. No. &| DC |APMX |DCSFMS| LF | DCB | KWW | KDP |CBDP| D1 | D2 |ofTeeth |Stages|No.ofTeeh| (kg) | 2
8 WEZR 17050RS2922Z04 | @| 50 |29(28)| 47 |50(49.3)] 22 10.4 6.3 20 18 11 8 2 4 0.35 |1
s 17050RS5722202 (@ | 50 |[57(56)| 47 |80(79.3)| 22 10.4 6.3 20 18 11 8 4 2 0.70 |1
o 17050RS5722203 (@ | 50 |57(56)| 47 |80(79.3)| 22 10.4 6.3 20 18 11 12 4 3 0.59 (1
g o | S 17063RS2927205 |@| 63 |[29(28)| 60 |55(54.3)| 27 12.4 7 22 20 14 10 2 5 0.74 |1
= é § 17063RS5727203 (@ | 63 |57(56)| 60 |80(79.3)| 27 12.4 7 22 20 14 12 4 3 111 |1
(-,8, = 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 14.4 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 insert.
Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.
Parts Recommended Cutting Conditions
Detachable Wrench Anti- Work 2 |cutting Speed ve (m/min)| Feed Rate fz (mm/) | Insert
Flgtclrr:Nert Wrench Handle| .. | Bolt seizure S0 Material | 3NS5 4y optimum - Vax. |Min. - Optimum - Max| Grade
. Grip Cream Carbon | <280HB |G| 80 - 150 - 200{0.10 - 0.20 - 0.30| ACU2500
Applicable Cutter S Steel  |'>280HB G| 80 - 100 - 120[0.10 - 0.20 - 0.30| X3Ba000
@ @ / /ﬁ / % Alloy Steel | < 280HB |G| 80 - 150 - 180|0.10 - 0.20 - 0.30| ACP3000
& ~ ; ACU2500
Stainless | < 280HB |G| 80 - 120 - 160/0.10 - 0.20 - 0.30| AGM200
WEZR 17050RS2922204 BX1045 ﬁgm;sgo
WEZR 17050RS5722202 Cast Iron/ RCRo000
WEZR 17050RS5722703 BX1070 CDuctllle — G| 80 -150 -200|0.10 - 0.20 - 0.30| AGk5000
—  |HPS1015[TRB15IP ast Iron ACK3000
WEZR 17063RS2927205 BFTX04091P| 3.0 BX1240 SUMI-P ACU2500
WEZR 17063RS5727203 ’ Exotic Alloy — G| 40- 50- 60(0.10-0.20-0.30 ﬁgM%SS
zVVE?FR{ Eggggggggggg BX1265 Aluminum |Si<12.6%|S|300 - 500 - 800|0.05 - 0.10 - 0.15| p_ 2000
— — All i B _ R N H20
WEZR 17080RS5632205 TRDR15IP BX1660 oy Si>12.6% | S|100 - 200 - 250(0.05 - 0.10 - 0.15
- The cutting conditions above are a guide. Actual conditions will need to be
Identification Code Z:gjzttiira;i%dr:g to machine rigidity, work clamp rigidity, depth of cut
- There may be cases where machining cannot be performed under
WEZR 1 7 050 R S 29 22 204 recommended cutting conditions, depending on the machine rigidity and
—_— — work rigidity.
Series Code Insert Dia. Feed Metric Max. Mounting Effective
I Size Direction Bore Depth Hole No. of

Standard: R1.

H80 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WEZ Steel Cast Iron  Non-Femusletdl | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catide| DLC| Cermet
High-speedLight Cuting| B | (D]  |CI|CI| | 4] [N] [P]
Process|General-purpose| & B | |EBE] (M O O
Roughing |&& [P] (K] (c')g
8 8 8 8 8 8 8 8 8 = < Corner =§
VOO0 |0|I0( & o Q [=) " . =]
Cat. No. SSIERIZEICIZIZ £ |]] B | he [ 2@
2IRI12|2IR|1%|%|<|< ol F
AOMT 170502PEER-L | @ — — o0 — — 02 |1
170504PEER-L. © ®|— © ® — (© ® ®| — — o 04 |1
170508PEER-L. ©® @ | — ® ® — (® ® ®| — — o 0.8 |1
170512PEER-L | @ — — e — = 1.2 |1 -
170516PEER-L | @ — — e — — 1.6 |1 g
AOMT 170502PEER-G | @ | ® o0 00 = 02 |1 %
170504PEER-G | @ | @ [ 2N J o0 e — 04 |1 =
170505PEER-G | @ o0 — = 05 |1 2
170508PEER-G (@ @ [ 2N J o0 e — o 0.8 |1
170510PEER-G | @ o0 — = 1.0 |1 g?
170512PEER-G (@ | ® [ 2K J o0 e — 1.2 |1 =2
170516PEER-G | @ | @ ( 2K J 00 = 1.6 |1 ) 2 §
170520PEER-G (@ (@ |@(®| @ @@ — | — 2.0 |1 Fig1 =
170524PEER-G | @ o0 — |- 24 |1 e
170530PEER-G (@ | @ [ 2K J 00 — 3.0 |1 0 —
170532PEER-G | @ | @ [ 2K J o0 e — = 32 |1 2 )y°°
170540PEER-G | ® @ (@ ® (@ @ @ — | — 40 |1 i <
170550PEER-G | @ | ® ( 2K J 00 = 5.0 |2 19.5 55
170564PEER-G | @ e — — 6.4 |2
AOMT 170504PEER-H © © © © & © © & & = = 04 |1
170508PEER-H © © © © © © ® ® & — — 0.8 |1 Eﬁ I
170512PEER-H | @ e = = 1.2 |1 )
170516PEER-H | @ ee — || — |16 |1 Fig2 e
AOET 170502PEER-F | @ — — = = = = 02 |1 _ ‘ ~
170504PEER-F | @ — — — — — — 04 |1 ©
170505PEER-F | @ = = = = = = 05 |1 - =] ‘&
170508PEER-F (@ |— —| |- — | =] = | o8 |1 N &ZS}“‘
170510PEER-F | @ — = = = = = 1.0 |1 18.0 5.2
170512PEER-F | @ — — — — — — 1.2 |1
170516PEER-F | @ = = = = = = 1.6 |1
170520PEER-F | @ — — — — — — 2.0 |1 Eﬁ
170524PEER-F | @ = = = = = = 24 |1
170530PEER-F | @ — — — — — — 3.0 |1
170532PEER-F | @ — — = = = = 32 |1
170540PEER-F | @ — — — — — — 4.0 |1
170550PEER-F | @ = = = = = = 50 |2
170564PEER-F | @ — — — — — — 6.4 |2
AOET 170502PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 02 |1
170504PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 04 |1
170505PEFR-S |— |—|—|—|[—|—|—|—|—| @ ([ = 05 |1
170508PEFR-S | — |—|—|—|—|—|—|—|—| @ [ J — 0.8 |1
170510PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 1.0 |1
170512PEFR-S |— |—|—|—|[—|—|—|—|—| @ [ — 1.2 |1
170516PEFR-S |— |—|—|—|[—|—|—|—|—| @ [ J = 1.6 |1
170520PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 2.0 |1
170524PEFR-S | — |—|—|—|—|—|—|—|—| @ ([ = 24 |1
170530PEFR-S | — |—|—|—|—|—|—|—|—| @ [ J — 3.0 |1
170532PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 32 |1
170540PEFR-S |— |—|—|—|—|—|—|—|—| @ [ J — 4.0 |1
170550PEFR-S |— |—|—|—|[—|—|—|—|—| @ [ J = 50 |2
170564PEFR-S | — |—|—|—|—|—|—|—|—] @ [ J — 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. - .
Precautions for Mounting Inserts 1€ H55

@ mark: Standard stocked item (new product/expanded item) H81



Cast Iron [ Nonferoisletd | Exotic Alloy

Rake ¥ I “
N Axial | 8°to 14° 1964 90’ g @ O

Shoulder Miling ~ Groove Milling Side Milling

Fig 1 Fig 2
N~ N~
(@] Vs ; (@] / ;
c:»g ° nxn o) g ° g
=5 oo )
=5 L APMX_| APMX |
=0 LH =
LF
LF
o BOdy (Shank type) Dimensions (mm)
g Cat. No § Dia. Max. Depth of Cut Shank Head Overall Length | Total No. of No. of Effective We|ght Fi
s S &| DC APMX DMM LH LF Teeth Stages |No.of Teeth|  (kg) 9
8 | WEZR 11020E1920Z02 | @ 20 19(18) 20 30(29.7) | 110(109.7) 4 2 2 0.22 1
s 11020E3620201 | @ 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
g o 11025E3625202 | @ 25 36(35) 25 50(49.7) | 140(139.7) 8 4 2 0.42 1
E é 11030E5325202 | ® 30 53(52) 25 65(64.7) | 155(154.7) 12 6 2 0.52 2
(% = 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
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 5 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 B 0.95 2
The APMX, LH and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 insert. Inserts are sold separately.
Parts Recommended Cutting Conditions
Flat Insert Screw | Wrench |Aiiseizure Cream Work 5 [Cutting Speed ve (/min)| Feed Rate fz (mm/t) |  Insert
=0 Material parciess 2| Min. - Optimum - Max. |Min. - Optimum - Max.| Grade
@ @ /ﬁ f Carbon | < 280HB |G| 80 - 150 - 2000.08 - 0.12 - 0.20| ACU2500
Steel | > 280HB |G| 80 - 100 - 120]0.08 - 0.12 - 0.20| XS9259
BFTX0306IP 1.5 [TRDRO8IP|SUMI-P Alloy Steel | <280HB |G| 80 - 150 - 180(0.08 - 0.12 - 0.20 | ACP3000
Stainless | _ 01 |G| 80 - 120 - 160|0.08 - 0.12 - 0.20| AGMZ0D
Steel = : . :
e . ACM300
Identification Code c ACU2500
ast Iron/ XCKI000
Ductile — G| 80-150-200{0.08-0.12-0.20 ACK2000
WEZR 11 032 E 36 32 Z02 § c=~
Series Code Insert Dia. Shank  Max. Shank Effective Exotic Alloy _ G| 40- 50- 60[0.08-0.12 - 0.20 ﬁgﬁ%%%o
Size type  Depth Dia. No. of ACM300
of Cut Teeth 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
(AOMT11T324PEER)
Corner radius = 3.0: C2.5
(AOMT11T330PEER)
Corner radius = 3.2: C2.5
(AOMT11T332PEER)

Standard: R1.

H82 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WEZ Steel Cast Iron  Non-Femusletdl | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemerted Catie| DLC| Cermet
High-speedLight Cuting| B | (D]  |CI|CI| | %4 [N] [P]
Process|General-purpose| & B | |B/E] (M O O
Roughing |& [P] [K] o=z
318|8|8|8|8|8/88 =] < o =
VOO0 |0|I0( & o Q [=) " . =]
Cat. No. SSIERIZEICIZIZ £ |]] B | he [ 2@
2IRI12|2IR|1%|%|<|< ol F
AOMT 11T302PEER-G (@ | @ [ 2K J 0 e — — () 02 |1
11T304PEER-G © © © © © ® © & & — [ J 0.4 |1
11T305PEER-G | @ e — — 05 |1
11T308PEER-GC © © © © ® © & & & — () 0.8 |1 -
11T310PEER-G | @ o0 — — 1.0 |1 9
11T312PEER-G | @ | @ ( 2N J 00 = 1.2 |1 %
11T316PEER-G @ @ [ 2K J o0 e — 16 |1 =
11T320PEER-G | @ | @ ( 2K J o0 e — 2.0 |1 2
11T324PEER-G | @ e — — 2.4 |1
11T330PEER-G | @ | @ ( 2K J o006 = 3.0 |2 g?
11T332PEER-G | @ e — — 32 |2 ) =2
AOMT 11T304PEER-H (@ (@ (@@ /@ (@ @ (@@ — | — | — [ 04 |1 Fig 1 RE gg
11T308PEER-H © ©® ©® ©® ® ® & & & — — 0.8 |1 e =
11T312PEER-H | @ o0 — | —| - 12 |1 ° =
1T36PEER-H | @ ele — || — |16 |1 ~ ] 2}8
AOET 11T302PEER-F | @ — — — = = = 02 |1 - i
11T304PEER-F | @ — — — — — — 04 |1 12.8 3.6
11T305PEER-F | @ — = = = = = 05 |1
11T308PEER-F | @ — — — — — — 0.8 |1
11T310PEER-F | @ — = = = = = 1.0 |1 Eﬁ
11T312PEERF | @ — — — — — — 1.2 |1 )
11T316PEER-F  |@| |— —| |- — | =] = | 16 |1 Fig2 RE
11T320PEER-F | @ — — — — — — 2.0 |1 S~
11T324PEERF | @ — = = = = = 24 |1 ™
11TS0PEER-F | @ | | — = - -] - Ja30]2 ~ - ERRN
11T332PEER-F | @ — — — = = = 32 |2 }
AOET 11T302PEER-P20 | @ — — — — — — 0.2 |1 12.2 3.4
11T304PEER-P20 | @ — — — — = = 04 |1
11T305PEER-P20 | @ — — — — — — 05 |1
11T308PEER-P20 | @ — = = = = = 0.8 |1 Eﬂ
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 | @ — = = = = = 0.8 |1
11T310PEER-P25 | @ — — — — — — 1.0 |1
11T312PEER-P25 | @ — — — = = = 1.2 |1
AOET 11T302PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 02 |1
11T304PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 04 |1
11T305PEFR-S  |—|—|—|—|—|—|—|—|—| @ [ J — 05 |1
11T308PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 0.8 |1
THOPEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 1.0 |1
MTH2PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 1.2 |1
11T316PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 1.6 |1
11T320PEFR-S  |—|—|—|—|—|—|—|—|—| @ [ J = 2.0 |1
11T324PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 24 |1
1T30PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 3.0 |2
11T332PEFR-S  |[—|—|—[—|—|—|—|—|—| @ [ J — 32 |2
-G: General-purpose, -H: Strong Edge, -F: Medium Finishing, -P20/-P25: High-precision Machining,
-S: Non-Ferrous Metals. K .
*-P20 is applicable to cutter diameter 20. -P25 is applicable to cutter diameter 025. Precautions for Mounting Inserts I€"HS5
Use peripheral inserts with RE of 0.8mm or less from the second stage and above.

@ mark: Standard stocked item (new product/expanded item) H83



Cast Iron [ NonFerousletd | Exotic Alloy

Rake ,
NN Axial | 10°to 12° 2984 90 g @ O
Shoulder Miling ~ Groove Milling Side Milling
Fig 1
=
Q s
oP e 2
(=2} o
£8 7 )
s 3 APMX
LF
o BOdy (Shank type) Dimensions (mm)
g Cat. N S Dia. Max. Depth of Cut Shank Head Overall Length | Total No. of No. of Effective Weight Fi
s at. o 8| DC APMX DMM LH LF Teeth Stages |No.ofTeeth| (kg) | 9
8 | WEZR 17040E2932Z03 | @ 40 29(28) 32 45(44.3) | 135(134.3) 6 2 3 0.75 1
s 17040E4332202 | @ 40 43(42) 32 60(59.3) | 150(149.3) 6 3 2 0.86 1
17050E5742203 | @ 50 57(56) 42 75(74.3) | 165(164.3) 12 4 3 1.58 1
g o 17050E8442202 | @ 50 84(83) 42 105(104.3) | 195(194.3) 12 6 2 1.94 1
§ é The APMX, LH and LF dimensions in parentheses are dimensions using RE = 5.0/6.4 insert. Inserts are sold separately.
£=
?  Parts Recommended Cutting Conditions
Flat Insert Screw |Integrated Wrench| Ant-seizure Cream Work £ [Cutting Speed ve (/min)| Feed Rate fz (mm/t) |  Insert
2 Material Hardness 2| Min. - Optimum - Max. |Min. - Optimum - Max.| Grade
@ @ Carbon | <280HB |G| 80 -150-200/0.10 - 0.20 - 0.30| ACU2500
Steel |5 280HB [G| 80-100- 120[0.10 - 0.20 - 0.30| X3Ba000
All teel | < 280HB - -1 .10 - 0.20 - 0.30| ACP3000
BFTX04091P | 3.0 [TRDR15IP|SUMI-P oy Steel | < 260HB |G| 80-150- 180,010 - 0.20- 0.30
Stainless ACU2500
Steel <280HB |G| 80-120-160(0.10 - 0.20 - 0.30| ACM200
o fee ACM300
Identification Code Gast Iron/ ACU2500
Ductile — |G| 80-150-200(0.10 - 0.20 - 0.30| xaK2000
WEZR 17 040 E 29 32 Z03 g o= RS0
Series Code Insert Dia. Shank  Max. Shank Effective Exotic Alloy — G| 40- 50- 60/0.10 - 0.20 - 0.30| ACM200
Size type Depth No. of - 5 GCME00
of Cut Teeth Aluminum |Si<12.6%|S|300 - 500 - 800|0.05 - 0.10 - 0.15| p_2000
Alloy  |8i>12.6%|S| 100 - 200 - 250/0.05 - 0.10 - 0.15| H20

H84

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 cut

v

* 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.

@ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WEZ Steel Cast Iron  Non-Femusletdl | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catide| DLC| Cermet
High-speedLight Cuting| B | (D]  |CI|CI| | 4] [N] [P]
Process|General-purpose| & B | |EBE] (M O O
Roughing |&& [P] (K] (c')g
gl8|g8|8|18l8/8|g8/8 =) < comer =
VOO0 |0|I0( & o Q [=) " . =]
Cat. No. SSIERIZEICIZIZ £ |]] B | he [ 2@
2IRI12|2IR|1%|%|<|< ol F
AOMT 170502PEER-L | @ — — o0 — — 02 |1
170504PEER-L | @ | @ | — | © | ® | — ( © © & — — o 0.4 |1
170508PEER-L | @ | @ — ® | ® | — © ® ® — — [ ] 0.8 |1
170512PEER-L | @ — — e — = 1.2 |1 -
170516PEER-L | @ — — e — — 1.6 |1 g
AOMT 170502PEER-G | @ | ® o0 00 = 02 |1 %
170504PEER-G | @ | @ [ 2N J o0 e — 04 |1 =
170505PEER-G | @ o0 — = 0.5 |1 2
170508PEER-G | @ @ [ 2N J o0 e — [ ] 0.8 |1
170510PEER-G | @ o0 — = 1.0 |1 g?
170512PEER-G | @ | ® [ 2K J o0 e — 1.2 |1 =2
170516PEER-G | @ | ® ( 2K J 00 = 1.6 |1 ) 2 §
170520PEER-G @ (@ | © ®| @@ @ — | — 2.0 |1 Fig1 =
170524PEER-G | @ o0 — |- 24 |1 e
170530PEER-G | @ | ® [ 2K J 00 — 3.0 |1 0 —
170532PEER-G | @ | @ [ 2K J o 00 = 3.2 |1 2 )ﬁo
170540PEER-G ® |®| @ ®| © 00| — | — 40 |1 i <
170550PEER-G | @ | ® ( 2K J 00 = 5.0 |2 19.5 55
170564PEER-G | @ e — — 6.4 |2
AOMT 170504PEER-H © © © © & © ® & & = = 04 |1
170508PEER-H | ® | ®© © © ®© © © © & — — 0.8 |1 Eﬁ I
170512PEER-H | ® e = = 1.2 |1 )
170516PEER-H | @ ee — || — |16 |1 Fig2 e
AOET 170502PEER-F | @ — - — = = = 02 |1 _ ‘ ~
170504PEER-F | @ — — — — — — 04 |1 ©
170505PEER-F | @ = = = = = = 05 |1 - = )
170508PEER-F |@® | |— —| |- — | =] = | o8 |1 N &ZS}“‘
170510PEER-F | @ — = = = = = 1.0 |1 18.0 5.2
170512PEER-F | @ — — — — — — 1.2 |1
170516PEER-F | @ = = = = = = 1.6 |1
170520PEER-F | @ — — — — — — 2.0 |1 Eﬁ
170524PEER-F | @ = = = = = = 24 |1
170530PEER-F | @ — — — — — — 3.0 |1
170532PEER-F | @ — — — = = = 32 |1
170540PEER-F | @ — — — — — — 4.0 |1
170550PEER-F | @ = = = = = = 50 |2
170564PEER-F | @ — — — — — — 6.4 |2
AOET 170502PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 02 |1
170504PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 04 |1
170505PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 05 |1
170508PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 0.8 |1
170510PEFR-S | — |—|—|—|—|—|—|—|—| @ [ J = 1.0 |1
170512PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 1.2 |1
170516PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 1.6 |1
170520PEFR-S |—|—|—|—|—|—|—|—|—| @ o — 2.0 |1
170524PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 24 |1
170530PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 3.0 |1
170532PEFR-S | — |—|—|—|—|—|—|—|—| @ [ J = 32 |1
170540PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 4.0 |1
170550PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J = 5.0 |2
170564PEFR-S |—|—|—|—|—|—|—|—|—| @ [ J — 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 st .
perip econd stage and above Precautions for Mounting Inserts 1€ H55

@ mark: Standard stocked item (new product/expanded item) H85



Milling
Cutters

Shoulder
Milling

B Features

VIDEO OF

CUTTING

Utilising an insert with a strong cutting edge design coupled
with a high rigidity body, for stable and high-efficiency milling
with low cutting force.

The improved body and insert accuracy realise high accuracy
and smooth surface finish, supporting various machining with
a selection of 6 types of chipbreakers and 9 milling grades.

Helical Milling ] Groove Milling | Shoulder Milling

Compa tiole with Wide
Range of Milling

Higher Accuracy Cutting Edge with Both Sharpness
and Cutting Edge Strength
Unique curved cutting edge design lowers cutting force yet

improves cutting

edge strength.

Achieves high quality machined surface with high precision

cutting edge.

Smooth deep groove milling even with low-rigidity machines

High-precision Curved Cutting Edge

High Rake Wave Cutting Edge

Large Ramp Angle ¥

-l

S

Coolant HoIes are a Standard Feature for the Whole Series
Improved chip evacuation with air or coolant supply

Highly Durable Body

Special surface treatment improves corrosion resistance
and scratch resistance

Increased screw size improves clamping force and
durability

WEX1000 Series
Enables multiple teeth high-efficiency milling for small
stock removal amounts

Wide Variety of Inserts

Screw Hole ) [
/ J Thick 6 types of chipbreaker and 9 milling grades available
- for a wide range of applications and work materials
B WEX Series Application Range (Shoulder Milling) B WEX1000 Number of Teeth
£ 15.0F % Number of Teeth
=
3 WEX3000 l‘g Depmagm WEX1000E WEX1000EL | WEX2000E
o ==K IGUNN Standard type  Long type Standard type
S 10.0} Max. Depth Max. Depth Max. Depth
2 Dia of Cut: 6.0mm  of Cut: 6.0mm | of Cut: 10.0mm
o WEX2000
o - 210mm
- L
5 5.0 - WEX1000 212mm 3 2 —
0 30L ‘ ‘ ‘ | o14mm 3 3 1
0 0.1 0.2 0.3 0.4 g16mm 4 3 2
Feed Rate per Tooth fz (mm/t)
H Product Range
© Dia. (mm)
= Cat. No. Description Shape
= 010|012 |214 016|018 |220 |22 | 025|028 | 630|232 | 235|040 |50 | 263|280 |¢100(0125
WEX 1000F Standard type e @ @ @
WEX 2000F Standard type @ a @
<4 WEX 3000F Standard type O 060
WEX 3000R || | Standard type 0060
WEXF 3000R (| | Fine Pitch 900
WEX 1000E Standard type 0606 00 06 (7]
WEX 1000EL | Long type O 06 6 6 0
WEX 2000E Standard type O 0O 06 6 00 0 06 000
WEX 2000EL | Long type O 0O 006 0 B 6 6 (2]
s WEX 3000E Standard type 00 66 O 060
WEX 3000ES | Short type (5306 )
WEX 3000EL | Long type O 0 0 06 (2]
WEX 3000E-C | Coarse Pitch type ®© 60
WEX 3000ES-C | Short & Coarse Pitch type 00
2 WEX 2000M Modular type O 06 6 00 0 06 (6]
< WEX 3000M | Modular type 0066600
Number in @@®® shows the number of teeth Inch Bore  “mark: Different diameter shanks in stock Modular type 1€ H264

H86




B Cutting Performance

Shoulder Milling Precision s

(1) Shoulder milling precision " 1st Step
P .. . Depth of Cut
H(ljgh premsgn cutting 8mm) )
edges proviae ve =" o o o =)
9 Il P k i 4l s o) E :‘|1:> Cutting Conditions
small step marks ] 2= 2ndStep 5 Work Material: SS400
(less than half that of J 0 2 S Depth of Cut 2 Tool: WEX3032E (032) 9 2
competitors' products) ®2  (Bmm) - B 8 Insert: ANTIT0S0GPEERG | %
«n Grade: ACP200 [ =1
—@— WEX3032E 5 3rd Ste Cutting Speed: vc = 150m/min a «Q
—— Competitor's Product Depth of %ut Feed Rate: Z: 06-;2"‘%* "
i = mm/min,
—— Conventional Tool ‘ ‘ 0 (8mn_1)_ B Cuting Width 2 = 5mm
100 %0 . _0 50 100 Depth of Cut:  ap = 8mmx3 times
Deviation (um) Dry

(2) Cutting force

Cutting force (principal force) is approximately 15% lower than conventional tools

(8) Fracture resistance

Lower cutting force

— Cutting Conditions 1,000 No Fracture Cutting Conditions
(S Principl Force [ = Huge Increase

g 6.0 ’ [ Feed Force Work Material: S50C g 4 Work Material: SCM440

= [ Backforce (+) . = 800 .

5 T ottty || | Took WEX3032E (032) < Fae Tool: WEX3032E (032)

g 4.0 Insert: AXMT170508PEER-G 2 600 Fracture Insert: AXMT170508PEER-G »

%’ Grade: ACP200 9 1 Eracture| | Grade: ACP200 E 3'

e 20 Cutting Speed: vc = 200m/min o 400 Cutting Speed: vc = 100m/min Sc

£ Feed Rate:  fz=0.2mm/ :E 200 ot Y FeedRate:  fz=04mm/ «Q %
e

O o = a (vf = 1,200mm/mi) &) Py (vf = 1,260mm/imin)

-1.0 . . Cutting Width: ae = 8mm - - - Cutting Width: ae = 25mm
WEX series Conventional Tool Depth of Cut: ap = 10mm. D WEX series Conventional Tool Competitor's Deoth of Cut: @ = 3mm. D
(Gtype)  Standard type epth of Cut: ap = 10mm, Dry (Gtype)  Standardtype  ProductA epth of Cut: ~ @p=3mm, Dry

Huge increase in fracture resistance with improved cutting edge strength

(4) Surface finish (aluminum alloy milling)
Smooth surface finish free of white blemishes

Roughness Curve Roughness Curve
10,000.00x, 100.00x) 10,000.00x, 100.00
Ra =0.115 Ra =0.208
White blemishes
L4 - -T b ~
. .
' Y
. '
S L. - -
WEX series Competitor's Product
Cutting Conditions
Work Material: A5052 Cutting Speed: vc = 800m/min
Tool: WEX3032E (232) Feed Rate: fz=0.1mm/t
Insert: AXET170504PEFR-S (H1) (vf = 2,400mm/min)
Cutting Width: ae = 16mm
Depth of Cut:  ap = 10mm, Dry

B Chipbreaker Selection

(5) Wall surface burrs (aluminum alloy milling)
High rake edge significantly reduces burrs

General type

-—————-- =
-
s

~ b
- -
e

WEX series Competitor's Product
Cutting Conditions
Work Material: A5052 Cutting Speed: vc = 800m/min
Tool: WEX3032E (232) Feed Rate: fz=0.1mm/t
Insert: AXET170504PEFR-S (H1) (vf = 2,400mm/min)
Cutting Width: ae =5mm

Depth of Cut:  ap =12mm, Dry

B Chipbreaker Selection Guide

Work Material [PIK] OS] [N] 3
. : N N . o
Light Cutting, Low Main Chipbreaker Roughing, Heavy i " "
Applications Rigidity Milling and | General-purpose to |Interrupted Cutting and Light Cutting to Heavy Inl.er.rupied Aluminum Alloy and O
Reduction of Burrs | Interrupted Milling | Hardened Steel Milling |  General-purpose Machining Non-Ferrous Metal T
I General-purpose
. . . - 73
Features Low Cutting Force | General-purpose type | High Strength type | Genera-purpose type For Exoic Aloys | Strong Edge type For Exofic Alloys. High Rake type ko3 (Standard)
c . .
L type G type H type E type EH type S type g | Light Cutting
5 G E
Chipbreaker &5
S
B For Exotic Alloy H
Strong Edge type
. 0.05mm j=2) i
1000 Series Cross 25° 2.05mm 050 bt For Exotic Alloys
Section 25° J15° - k=] Heavy
=3 Cutting
(@]
0.05mm 0.1mm i
2000 Series Cross . 2.05mm 0.2mm - Cutting Edge Strength - Heavy
Section 28° 20° 17 17°
0.24mm 0.2mm 0.2mm
3000 Series Cross 0.05mm 0-15mm 30°
Section 25° 20° 5° 142 8°

H87



SEC-WaveMill

WEX series

B Recommended Cutting Conditions

Tool: WEX1012E, Insert: AXOT0602

Cutting Conditions: Depth of Cut ap = 4mm, Width of Cut ae = 1mm, Dry

Depth of Cut

Cutting Width
ae =1mm

ap =4mm

» - 8 N Grade
25l 2 £ | £ | acPioo [ AcP200 | ACP300 | ACK200 | ACK300 | ACM200 | ACM300 | DL1000
=£ 3 % Work Material B g £ Feed Rate per Tooth fz (mm/t)
=3 | & €| £ {0080.120.16]0.08]0.12]0.16]0.08]0.12]0.16]0.10]0.15]0.20]0.10]0.15]0.20[0.08]0.10]0.12[0.08[0.10[0.12]0.08[0.10[0.15
O g‘s © Cutting Speed vc (m/min)
Steel, Carbon Steel S15C 125 | G |260/240220|240220 200220200180
S45C 190 | G [200/1801160[180160/140/180/160/140 | |
S45C Hardened 250 | G |180(120/140[160140/120{150 130110
S75C 270 | G [160140/120[150/130/110/130110/110 | |
2 S75C Hardened 300| G |100/80|70/90|70|60 |70 60 50
= | ¥ | Low Alloy Steel (SCM, SNCM) 180 | G [200/180/160180160[150[160/150130 | |
% SCM, SNCM Hardened 275 | G |130/110/ 90 (120100, 90 {10090 ' 80
g SCM, SNCM Hardened 300 | G [120100/ 80 [100/90 80|90 80|60 | |
15 SCM, SNCM Hardened 350 | G |90/80/60/80|70|60|70 60 40
e High Alloy Steel (SKD, SKT, SKH) 200 | G [180[170/160[170160/130[150]140/120 | |
g = SKD, SKT, SKH Hardened [325| G [10080/60|80|60| 50|60 50 30
3= Stainless Steel SUS430 and Others (Martenstic/Ferri) | 200 | E | 170[1501120[140/130[110 |
5 = SUS403 and Others (Martensitic/Hardened) | 240 | E 1401120(100{120/100/ 90
SUS304, SUS316 (Austenttic) 180 | E | 180/160/140/160/140/130 |
3 K Cast Iron G 240220200[220200(180
K3 Ductile Cast Iron G | |160[140120[140/120/100, | |
<= IS Exotic Alloy E 50|35 45125
_:g:> Aluminum Alloy Si Content of 12.6% or less S | | 800/600/400
Si Content of over 12.6% S 240200160
© Copper Alloy S | | 33013001270
% § @ The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, workpiece shape, clamping system).
S 5 @ For groove milling, adjust the feed rate to around 70% of the above values.
- I\GEN 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.
% WEX2000 Cuttlng ‘Width ae= 1‘2.5mm
£ Tool: WEX2025E, Insert: AXLIT1235 Depth of Cut ap = 3mm Jr\ g
a Cutting Conditions: Depth of Cut ap = 3mm, Width of Cut ae = 12.5mm, Dry
% iE” c 2 C Grade
5o | 2 £ | £ | AcrPioo | AcP200 | ACP300 | ACK200 | ACK300 | ACM200 | ACM300 | DL1000
co 2 % Work Material i £ Feed Rate per Tooth fz (mm/t)
| & € | £ [0.08]o.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[0.08]0.15]0.20]0.08]0.15[0.20[0.050.15]0.22
g8 © 2 S Cutting Speed vc (m/min)
53 Steel, Carbon Steel S15C 125 | G [380/350/330[350/330/315[330/315295
% k] S45C 190 | G |285/255|235|255(235/220(235220,200
E-/g: ‘,’_’ S45C Hardened 250 | G |235[210{190/1210190/170[190/170|150
5 S75C 270 | G |190[162/143[171/152/133[152(133/115
= S75C Hardened 300 | G |145[115/95[115/95|75[95|75| 55
2 | Low Alloy Steel (SCM, SNCM) 180 | G |265235220/235220/200(220]200|180
% SCM, SNCM Hardened 275 | G [170(145/125/150130/115(130(115| 95
6 SCM, SNCM Hardened 300 | G |150{125/105[135/115| 95 115 95 | 75
o SCM, SNCM Hardened 350 | G |125/95| 75105/ 85|65 |85|65| 45
g 0 High Alloy Steel (SKD, SKT, SKH) 200 | G |235/210[190[210{190/170[190/170/150
Eg SKD, SKT, SKH Hardened |325| G |125/95|75|95|75|55|75|55|35
L= Stainless Steel SUS430 and Others (Martensitic/Fenitic) | 200 | E 175[155|125/155(140[110
£ SUS403 and Others (Martensitic/Hardened) | 240 | EH 160140110(145|125[100
o SUS304, SUS316 (Austenitic) 180 | E 190[170140[170/150{125
S8 @ Castlron G 285/255/235(255/235/220
= & Ductile Cast Iron G 190/160[140]160[140[125)
& -é, Exotic Alloy 300| E 5040 45|35
Of (Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.) |330 | E 35|25 30(20
Aluminum Alloy Si Content of 12.6% or less S 000750500,
Si Content of over 12.6% S 250200170
Copper Alloy S 35013301300

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

Note

H88

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.



SEC-WaveMill

WEX s

B Recommended Cutting Conditions

WEX3000
Tool: WEX3032E, Insert: AXOT1705

Cutting Conditions: Depth of Cut ap = 5mm, Width of Cut ae = 16mm, Dry

Cutting Width ae = 16mm

Depth of Cut ap = 5mm i EE

c 2 = Grade o
2 5 | £ [AcP100 | ACP200 | ACP300 | ACK200 | ACK300 | ACM200 | ACM300 | DL1000 | & =
8 % Work Material E ”I: g Feed Rate per Tooth fz (mm/t) g =
~ g S | £ [012[025]0.35[0.12]0.25[0.35[0.12]0.25[0.35[0.12]0.25[0.35[0.12]0.25]0.35[0.12]0.25[0.35[0.12]0.25[0.35]0.05[0.15[0.25| = 3
© 2 © Cutting Speed vc (m/min)
Steel, Carbon Steel S15C 125 | G |400370[350/370/350/330[350/330/310
S45C 190 | G [300[270[250[270250/230(250(230210]
S45C Hardened 250 | G [250/220200[220/200/180|200/180|160]
S75C 270 | G [200/170/150(180160/140(160140|120
S75C Hardened 300 | G [150[120{100[120{100 80 [100| 80 | 60
| Low Alloy Steel (SCM, SNCM) 180 | G |280/250230|250|230]210|230210/190
SCM, SNCM Hardened 275 | G (180{150130[160140/120{140/120/100
SCM, SNCM Hardened 300 | G [160/130/110[140120/100(120/100 80
SCM, SNCM Hardened 350 | G [130[100/80(110[90|70{90|70 50
High Alloy Steel (SKD, SKT, SKH) 200 | G [2502201200]220200[180[200[180]160 o
SKD, SKT, SKH Hardened |325| G [130/100| 80 [100| 80 | 60 | 80 |60 | 40 £3
Stainless Steel  SUS430 and Others (artenstic/Ferritic) | 200 | E 185/165(135 185(165(135|165150(120, 5 %
SUS403 and Others (Martensitic/Hardened) | 240 | EH 170150[120 170/150[120]150(135|110 Qo
SUS304, SUS316 (Austenitic) 180 | E 2001180150 200/180[150(180/160/135
Y| Cast Iron G 30012702502701250,230
Ductile Cast Iron G 200[170/150/170150/130
Exotic Alloy 300 | E 5030 50|30 45|25
(Heat-Resistant Alloy, Super Alloy, Titanium Alloy, etc.) {330 | E 5030 50|30 45|25
Aluminum Alloy Si Content of 12.6% or less S 1000750500
Si Content of over 12.6% S 250[200/170
Copper Alloy S 350/330/300

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

@ For groove milling, adjust the feed rate to around 70% of the above values.

Note

B Recommended Values for Helical Milling and Ramping

Precautions for Helical Milling

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.

Recommended Values for Helical Milling and Ramping

For Minimum Diameter and Below WEX1000 (axxTo6:-) WEX2000 (axaTi2--) WEX3000 (axaT17--)
> oD S::;;e‘ ‘ggc:;r:ggg”by Dia. (mm) |Helical Milling (mm) Ramping|Helical Milling (mm) Ramping|Helical Milling (mm) Ramping
traverse cutting bC Machining Dia. @D | Maximum | Machining Dia. @D| Maximum | Machining Dia. @D | Maximum
% V with the same cutter. - - —Ramp Angle— - —Ramp Angle|— - —{Ramp Angle
“ Min. Dia.|Max. Dia., RMPX [Min. Dia. Max. Dia., RMPX |Min. Dia.Max. Dia.] RMPX
10 16.0 18.0 2°30’
For Maximum Diameter and Above 12 20.0 22.0 1°45’
oD Gentre uncut portion 14 24.0 26.0 1°25° 25.0 27.0 1°40’
™ can be removed by 16 28.0 30.0 1°00° 29.0 31.0 1°20°
traverse cutting 18 320 340 0045’ 330 350 1 01 0’
Z 7 with the same cutter. 20 36.0 38.0 0°30’ 37.0 39.0 1°00’
7 22 41.0 43.0 0°50°
25 46.0 48.0 0°30’ 47.0 49.0 0°45’ 44.5 48.0 1°30°
28 53.0 55.0 0°45’ 50.5 54.0 1°10°
30 57.0 59.0 0°40’ 54.5 58.0 1°10°
32 60.0 62.0 0°25’ 61.0 63.0 0°35’ 58.5 62.0 1°00°
35 64.5 68.0 0°50’
Use at the RMPX at right or lower. 40 76.0 78.0 0°20’ 77.0 79.0 0°25’ 74.5 78.0 0°45’
50 96.0 98.0 0°15’ 97.0 99.0 0°20’ 94.5 98.0 0°30’
63 122.0 | 124.0 0°10’ 123.0 125.0 0°15’ 120.5 124.0 0°20’
80 154.5 158.0 0°15’
100 Unusable | Unusable | Unusable
125 Unusable | Unusable | Unusable

The table above shows recommended values with corner radius 0.8mm.

H89
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Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Side Milling  Plunge Millng ~ Helical Miling

Fig 1 DCSFMS
% DCB
9| Trow
5
o @
£2 ° =
=3
D2
D1
BOdy Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fig
T &» DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg)
WEX 1032F [ J 32 31 40 16 8.4 5.6 18 14 9 8 0.16 |1
':'E) 1040F ([ J 40 32 40 16 8.4 5.6 18 14 9 10 0.21 1
§ 1050F ([ J 50 38 40 22 10.4 6.3 20 18 11 12 0.30 |1
g o 1063F [ J 63 48 40 22 10.4 6.3 20 18 11 14 0.52 |1
S é Inserts are sold separately.
25
@ Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light |[@| | |[3d B 8O
Process| General-purpose | [ |4 [N]
Roughing (K] Z
8 8 8 8 8 8 8 8 Corner
Cat. No. Bla |2 2RSS T | 2 ||
?12/2/2/2/122 o | RE
AXMTO060204PDER-L | © © © © © ® ©& — 04 |1
060208PDER-L | ®© © © & & © O = 0.8 |1 B
060212PDER-L (@ (@ (@ @ |® @0 — | — | 12 |1 %[150
060202PDER-G | © © © © © © © — 02 |1
060204PDER-G | © © © © & © © — 04 |1
060208PDER-G | © © © © & & & — 0.8 |1
060212PDER-G | © © © © & © © — 1.2 |1
060204PDER-H | © ([ @ [ ®© © & © O = 0.4 |1
060208PDER-H ©® © © © ©& & & — — 0.8 |1
060212PDER-H | © © © © & & © — 1.2 |1
060202PDFR-S | — | —|—|[—|—|—|—| @ [ J 02 |1
-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -S: Aluminum Alloy. Recommended Cutting Conditions 1€~ H88
Parts (Sold Separately) Identification Code

Flat Insert Screw | Wrench | Anti-seizure Cream | | Torque Wrench WEX 1 0 32 F
@ @ /‘; f Series Code  Insert  Dia.  Metric
/ 0.5N-m Size Bore

BFTX01804IP| 0.5 |TRX06IP|SUMI-P TRDRO6IP05

Precautions when Mounting WEX1000 Inserts
(A) ®
4 (6]
<= Make sure there
is no gap
Torgue x
Press the top of the insert Hold down as shown in (® so that there is no gap
in the direction of €. between the insert bottom and the base of insert pocket,
and tighten with wrench @ (tightening torque 0.5Nm)
A dedicated torque wrench is optionally available (sold separately).

H 90 @ Recommended Tightening Torque (N-m)
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WEX Steel Cast Iron  Non-femusletal 5 Exotic Alloy

Rae (100 [an: <
Angle Axial | 23°to 25° 90

Face Milling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Side Milling  Plunge Millng ~ Helical Miling

Fig 1 DCSFMS
% DCB
5 [
a o
o) =
=3
D2]
D1
BOdy Dimensions (mm)
Cat. No. § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight Flg
5 DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg)
XS] WEX 2040F o 40 32 40 16 8.4 5.6 18 14 9 6 0.19 1
© 2050F o 50 40 40 22 10.4 6.3 20 18 11 7 0.29 1
= 2063F o 63 50 40 22 10.4 6.3 20 18 11 8 0.51 1
Inserts are sold separately. = g
=g
Insert Dimensions (mm) @ §
Grade Classification Coated Carbide Carbide| DLC -
High-speed/Light |[[@| | |[[@& L | 81 O
Process| General-purpose (K] [N}
Roughing (K]
8 8 8 8 8 8 8 = Corner
Cat. No. o E E Cz\l Q g g E % Radius |Fig
N2|2(2|2|2|2 a | RE
AXMT 123504PEER-G [ BN BN BN NN B — 04 |1
123508PEER-G o 0o/ 06 6 | | — = 08 |1
123512PEER-G o o 0606 6 | | — — 1.2 |1 N
AXMT 123504PEER-H o 6o/ 06 6 | | — = 04 |1 .
123508PEER-H ©|® @/ ® ® — —| — | — | 08 |1 %‘1
123512PEER-H o o006 06 | | = 1.2 |1
AXMT 123504PEER-E - = |—|—® @®]| — — 04 |1
123508PEER-E =|=|=|=]=|O]O]|] = = 08 |1
123512PEER-E - — ||| ]® & — — 1.2 |1
AXMT123508PEER-EH | — | — | — | — | — | @ | @ | — = 0.8 |1
AXET 123502PEFR-S — == |—|—]—|—] @ o 02 |1
123504PEFR-S — === |—|—|—| @ ([ J 04 |1
123508PEFR-S - == ]—-1—-] @ o 0.8 |1
-G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
Parts Identification Code

Flat Insert Screw | Wrench | Anti-seizure Cream WEX 2 0 40 F
@ @ / f Series Code Ir;rt Dia. N;tric
Size Bore

BFTX0306IP | 2.0 [TRDRO8IPISUMI-P

N-m Recommended Tightening Torque (N-m) H91
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Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Side Milling  Plunge Millng ~ Helical Miling

Rake 140 | o
| Axial | 19° to 24° 90

Fig 1 DCSFMS Fig 2 DCSFMS
% DCB % DCB
4 KM ¥4 KM
5 5
o &, 3
25 & &
=2 j
=0 D2 D3
D1 D2
boc
BOdy (Standard PItCh) Dimensions (mm)
Cat. No é Dia. Boss Height Hole Dia. |Keyway Widith| Keyway Depth | Mounting Depth Bolt Bolt Bolt Number | Weight i
T ) DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 D3 of Teeth| (kg) 9
©o| WEX 3040F [ J 40 32 40 16 8.4 5.6 18 14 9 — 4 0.16 |1
‘:1_'5 3050F o 50 40 40 22 10.4 6.3 20 18 11 — 5 0.25 |1
= 3063F o 63 50 40 22 10.4 6.3 20 18 11 — 6 0.48 |1
g 2 |c WEX 3080R o ‘80 60 50 25.4 9.5 6 25 35 26 13:5 4 1.06 |2
g = e 3100R ® 100 70 63 31.75 12.7 8 32.5 46 28 17 5 199 |2
(-% S 3125R ® 125 80 63 38.1 15.9 10 35.5 5 30 — 6 289 |1
BOdy (Extra Fine PltCh) Dimensions (mm)
Cat. No é Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Bolt Number Welght Flg
T ) DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 D3 of Teeth| (kg)
- WEXF 3080R ([ J ‘80 60 50 25.4 9.5 6 25 35 26 13.5 7 098 |2
e 3100R ® 100 70 63 31.75 12.7 8 32.5 46 28 17 8 191 |2
- 3125R [ J 125 80 63 38.1 15.9 10 35.5 55 30 — 9 280 |1
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | [ (K] - BEN
Process| General-purpose EAl<1IEbE] [N}
Roughing 7 | P [K]
8 8 8 8 8 8 8 2 Corner
Cat. No. o E E Cx\l Q g g E % Radius Fig
HEIRIEIEIEIE s | FF
AXMT170508PEER-L ©® © & & & —  — | — — 0.8 |1
AXMT 170504PEER-G (@ © & & ©®  — | — | — = 04 |1
170508PEER-G © © & & & — | — | — — 0.8 |1 Fig 1
170512PEER-G © © |6 &6 & — | —  — = 1.2 |1
170516PEER-G © © ©® © © — — 1.6 |1 b N
170520PEER-G* | © © ([ @ ([ 6 ©®  — | — | — = 20 |1 i\ =) 1
170530PEER-G* (@ @ | @ @ |® | — | —| — | — | 30 |1 Q,_ 4 =
AXMT 170508PEER-H @ (@ (@ (@ (@ — || — | — | 08 |1 e 74
170512PEER-H © & & & &  — | — | — — 1.2 |1
AXMT 170504PEER-E | — | —|—|—|— | ©® | @ | — = 04 |1
170508PEER-E | — | —|—|— | — | @ | @ | — — 0.8 |1
170512PEER-E | — |— |—|—|— | @ | ® | — = 1.2 |1
170516PEER-E | — |—|— | —|— | @ | @ | — — 1.6 |1
170520PEER-E* | — | — |—|— | — | @ | ® | — = 2.0 |1
170530PEER-E* | — | —|—|—|— | @ | @ | — — 3.0 |1
AXMT 170508PEER-EH | — | — | — | — | — | @ | @ | — — 0.8 |1
AXET 170502PEFR-S —| === —|—| ® [ J 0.2 |1
170504PEFR-S — = === |—|—| @ o 04 |1
170508PEFR-S — | === |—|—]—] @ [ 0.8 |1
-L: Low Cutting force, -G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
* marked inserts require modification of the cutter body.
Parts Identification Code *Modification of the cutter body is required when using
Detachable Wrench | Anti- inserts with corner radius RE 2.0 or 3.0
FIaStCIrr;?A(/art Handle Bit seizure WEX 3 040 E —_ Modify this portion.
Grip Cream |  Series Code  Insert Dia.  FiMeticBore| ¢ // ) Reworking guidelines
Size R: Inch Bore A For Corner Radius RE 2.0: C1 (AXMT170520PEER)
@ @ / % For Corner Radius RE 3.0: C1.5 (AXMT170530PEER)
BFIX0X09P| 3.0 | HPS1015| TRBI5IP |SUMI-P Standard: C0.5.

H92 N-m Recommended Tightening Torque (N-m)
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WEX Cast Iron  Non-Femusletdl | Exotic Alloy

Rake I 6 .
N Axial | 9°to 17° 90 O

Face Milling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Side Milling  Plunge Millng ~ Helical Miling

Fig 1 Fig 2
= =
= =
3 3
o o=
g e =
LH =3
L LH D LF @
LF m
BOdy (Shank type) Dimensions (mm) BOdy (Long Shank type) Dimensions (mm)
5| Da Shank | Head |overalLengtn| Number Weight| _. S| Dia Shank Head |Overall Lengtn| Number | Weight | _.
Cat.No. 12/ pc |pMM| LH | LF |ofTeeth| (kg) |9 Cat.No. 12| pc |DMM| LH | LF |ofTesth| (kg | 9
WEX 1010E @ 10 10 17 50 2 0.03 |1 WEX 1010EL |®@| 10 8 17 100 2 0.03 |2
1012E (@ 12 12 20 80 3 0.06 |1 o 1012EL |@| 12 10 20 120 2 0.06 | 2
o 1014E (@ | 14 16 22 80 3 0.10 (1 = 1014EL (@ | 14 12 20 145 3 0112
© 1016E (@ 16 16 20 90 4 0.12 |1 § 1016EL (@ | 16 14 20 160 3 017 |2 g?
= 1018E (@ 18 20 22 100 4 0.21 (1 1018EL (@ | 18 16 20 180 3 025|2| = E_’
1020E (@ 20 20 22 100 5 0.22 (1 1020EL (@ 20 18 25 200 4 036 (2| @ o
1025E @| 25 20 25 115 7 0.27 |2 | Inserts are sold separately. =
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting| [ |3 4 <IN
Process| General-purpose K] [N]
Roughing K] VE
olo|lo|lo|o|9 |9 -
oO|lo|o|o|o|Q|Q o Corner
Cat. No. g g g % g g g T g R;jiEus Fig
22|2|2|2|92|2 a
AXMTO0G60204PDER-L [ © © © © © & © — 04 |1
060208PDER-L | © © © © ©¢ & & — 08 |1 _
060212PDER-L ([ ©  © © © @ & & — 1.2 |1 2{1 50
AXMT 060202PDER-G | ®© © © © & & © — 02 |1
060204PDER-G | ®©  © © © © ® © — 04 |1
060208PDER-G | © © & © & & ©& — 08 |1
060212PDER-G ([ ®© ([ © © & & & & — 1.2 |1
AXMT 060204PDER-H | © © & & & & & — 04 |1
060208PDER-H ([ ®©  © © & ©® & ©& — 0.8 |1
060212PDER-H | © © © & & & & — 1.2 |1
AXMT 060202PDFR-S | — | — |—|—|—|—|— ] @ [ J 0.2 |1
-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -S: Aluminum Alloy.
Identification Code Precautions when Mounting WEX1000 Inserts
WEX 1 010 E L 2 © o
Series Code  Insert Dia. Shank Long - i"s"i‘;e Zuge i
Size type type Tighfiening ‘
Torgue X
Parts (Sold Separately) .
Flat Insert Screw | Wrench |Anti-seizure Cream| | Torque Wrench
0 Press the top of the insert Hold down as shown in (® so that there is no gap
@ \/‘> in the direction of ). between the insert bottom and the base of insert pocket,
/ N\ 0.5N-m and tighten with wrench () (tightening torque 0.5N-m)
BFTX01804IP| 0.5 |TRX06IP|SUMI-P TRDRO6IPO5 A dedicated torque wrench is optionally available (sold separately).

N-m Recommended Tightening Torque (N-m) H93



Rake 1000 | ano
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Ramping  Profiling

<

Cast Iron [ Nonferoisletd | Exotic Alloy

Side Milling ~ Plunge Miling ~Helical Miling

-G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S

: Aluminum Alloy.

Parts
Flat Insert Screw | Wrench | Antisgizure Cream
Applicable Cutter @ @ /ﬂ %
WEX2014E(EL) to WEX2018E(EL) BFTX0305IP | 2.0 [TRDR08IP|SUMI-P
WEX2020E(EL) to WEX2063E ~ |BFTX0306IP | 2.0 [TRDROSIP|SUMI-P

H94 -m Recommended Tightening Torque (N-m)

Recommended Cutting Conditions 1€ H88

Identification Code

WEX 2 014 E L

Series Code  Insert Dia. Shank Long
Size type type

Fig 1 Fig 2
=
= s
s =
25 2 T -
=E of § g ;
=0 ° L
(&)
LH e
m LF LF
BOdy (Shank type) Dimensions (mm) BOdy (Long Shank type) Dimensions (mm)
S| D Shank Head [overall Lengtn| Number | Weight| _. S| Dia Shank Head |overall Length| Number |Weight | _.
Cat.No. 18| pc |pDMM| LH | LF |ofTeeth| ko) |9 CatNo. 18| pc |DMM| LH | LF |ofTeeth| (ko) |9
WEX 2014E @ 14 16 25 80 1 0.10 |1 WEX 2014EL |@| 14 16 25 120 1 0.14 |1
2016E |®| 16 16 25 100 2 0.13 | 1 2016EL (@ 16 16 25 145 2 0.19 |1
2018E ® 18 16 25 100 2 0.14 |2 2018EL (@] 18 16 25 145 2 0.19 |2
g o 2020E ® 20 20 30 110 3 0.22 |1 2020EL (®@| 20 20 40 150 2 0.32 |1
SE 2022E (@ 22 20 30 110 3 0.23 |2 2022EL (@ 22 20 30 150 2 0.33 |2
(%E 2025E (@ 25 25 35 120 4 10381 2025EL (@ 25 25 50 170 2 0.55 | 1
2028E ® 28 25 35 120 4 0.39 | 2 2028EL (@ 28 25 30 170 2 0.59 |2
2030E |(®| 30 25 35 120 4 1040 |2 2030EL (@ 30 25 30 170 2 0.60 | 2
2032E ® 32 32 40 130 5 0.70 | 1 2032EL (@ 32 32 60 180 2 0.99 |1
2040E (@ 40 32 30 150 6 [091|2 2040EL (@ | 40 32 30 180 2 112 |2
2050E |(@®| 50 32 30 150 7 1.02 | 2| Inserts are sold separately.
2063E |®| 63 32 30 150 8 122 |2
Inserts are sold separately.
I nsert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | [ | | |3 W 8 D
Process| General-purpose W @] [ [N]
Roughing K] VE
8 8 8 8 8 8 8 8 Corner
Cat. No. E E &) g Q g g E 8 Radius Flg
g|e(2]2|2]8|8| " |4 | =
AXMT 123504PEER-G [ BN BN BN BN NEcl il — 04 |1
123508PEER-G e 660606 || — = 0.8 |1
123512PEER-G o 0606 66 | | — — 1.2 |1 .
AXMT 123504PEER-H [ BN BN NN NN Nk = = 04 |1 %110
123508PEER-H e 66 606 || — — 0.8 |1
123512PEER-H ® 060 e e | | — = 1.2 |1
AXMT 123504PEER-E - ——]—-|—1® @®@| — — 04 |1
123508PEER-E =|=|=|=]=|O]|O|] = = 0.8 |1
123512PEER-E —| -] 1® @&| — — 1.2 |1
AXMT123508PEER-EH | — | — |— | —|— | ® | ® | — = 0.8 |1
AXET 123502PEFR-S — === —|—|—] @ o 02 |1
123504PEFR-S = === |—-|—| @ o 04 |1
123508PEFR-S — =] —]—]1—]1—] @ [ J 08 |1



SEC-WaveMill

WEX 3 g PMIKINIS
Steel Cast Iron - NorFerois\ietd N Exotic Alloy

Rake I
N Axial | 16° to 24° 14:m 90°

Face Milling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Side Milling  Plunge Millng ~ Helical Miling

Fig 1 Fig 2 ~
z 2
s \ S
e 0
of | S 2
5 % y %=
(L=
LH a@
LH LF
LF
BOdy (Shank type) Dimensions (mm) BOdy (Long Shank type) Dimensions (mm) m
S Dia. Shank Head  |Overall Length Number Welght . S Dia. Shank Head  |Overall Length Number Welght 9
Cat.No. 18| bc |DMM | LH | LF |ofTeetn| (ko) |9 CatNo. 18| pc |DMM | LH | LF |ofTeeth| (kg |9
WEX 3025E-20 | @ 25 20 35 120 2 0.25 |2 WEX 3025EL (@ | 25 25 50 170 2 0.54 | 1
3025E ® 25 25 35 120 2 0.37 | 1 3028EL (@ 28 25 50 170 2 0.56 | 2
3028E ® 28 25 35 120 2 0.39 |2 3030EL |@®| 30 25 60 180 2 0.60 | 2
3030E ® 30 25 40 130 3 0.42 |2 3032EL |@| 32 32 60 180 2 0.95 | 1
3032E-25 (@ 32 25 40 130 3 0.43 |2 3035EL @ 35 32 60 180 2 0.98 | 2 (%)
3032E @ 32 32 40 130 8 0.67 | 1 3040EL |@| 40 32 80 220 2 138 |2 Eg
W 83 LB 1B 5957 Body(Coarse Pioh typo —
3050E [ ] 50 32 50 170 5 1.23 |2 Cat. No § Dia. Shank Head  |Overall Length Number Welght Fi
3063E ® 63 32 50 | 170 6 1582 o %| DC | DMM | LH LF |ofTeeth| (kg) |9
WEX 3040E-C @ 40 32 50 170 3 1.04 |2
Body (Short Shank type) Dimensions (mm) 3050E-C (®| 50 | 32 | 50 | 170 | 3 |[1.28]|2
Cat. No § Dia. Shank Head  |Overall Length Number Welght E 3063E-C [ ] 63 32 50 170 4 164 |2
"> 13| DC |DMM| LH | LF |ofTeetn| (9 |9 o dv (Short C Pitch
WEX3050ES |® 50 | 32 | 25 | 135 | 5 |086|2| Body (ShortCoarse Pitch type) Dimensions (mm)
3050ES-42 (@| 50 42 25 135 5 1.36 |2 Cat. No é Dia. Shank Head  [overall Length| Number | Weight Fi
3063ES |®| 63 | 32 | 25 | 135 | 6 [1.02]|2 -No- 18] bc |DMM | LH | LF |ofTeeth| (ko) |9
3063ES-42 | @ 63 42 25 135 6 1.52 | 2 WEX 3050ES-C ® 50 32 25 135 3 0.91 |2
Inserts are sold separately. 3050ES-C-42 @ | 50 42 25 135 3 |1.41]2
3063ES-C ® 63 32 25 135 4 1.07 |2
3063ES-C-42 @ 63 42 25 135 4 157 |2
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | (3| | |[3 H 20O
Process| General-purpose A < I [N]
Roughing P | P K] 4
8/s8|8|8|8|8|8 S Corner
Cat. No. g g g % % % % T g Radius | Fig
I || < | |=|=|=< =) RE
AXMT 170508PEER-L ® 6 60606 || — — 0.8 |1
AXMT 170504PEER-G e 6 60606 || — = 04 |1
170508PEER-G e 6 6 6066 || — — 0.8 |1 Fig 1
170512PEER-G e &6 6 o6 6 || — = 12 |1
170516 PEER-G [ BN BN BN BN Nk — — 16 |1
170520PEER-G* e &6 6 o606 | — — 20 |1 \\( ) 9
170530PEER-G* e 6 6066 | | — — 3.0 |1 ¥ -
AXMT 170508PEER-H e &6 6 060 | | — = 0.8 |1
170512PEER-H o 6 60606 | | — — 12 |1 RE 17.54
AXMT 170504PEER-E =|=|=|=]=|0O]O] = = 0.4 |1
170508PEER-E — -] |- @®|® — 0.8 |1
170512PEER-E — === o o — = 12 |1
170516PEER-E — =] ® @& — — 16 |1
170520PEER-E* == |- |® | ®| — = 20 |1
170530PEER-E” |- —®| e — — 3.0 |1
AXMT170508PEER-EH | — | — | — | — | —  ® | ® | — = 0.8 |1
AXET 170502PEFR-S — === —|—]—| @ o 0.2 |1
170504PEFR-S = === |—-|—| @ o 04 |1
170508PEFR-S it Bl Bl Bl Bl Bl el . [ J 0.8 |1
-L: Low Cutting force, -G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
*marked inserts require modification of the cutter body.
Parts *Modification of the cutter body is required when using inserts
Flat Insert Screw| Wrench |Antisgizure Cream with corner radius RE 2.0 or 3.0
Applicable Cutter —_ Modify this portion.
@ ( / Reworking guidelines
__: ) For Corner Radius RE 2.0: C1 (AXMT170520PEER)
WEX3025E(EL) to 3030EL BFTX0407IP| 3.0 [TRDR15IP[SUMI-P For Corner Radius RE 3.0: C1.5 (AXMT170530PEER)
WEX3032E(EL) to 3063E(ES) BFTX0409IP| 3.0 [TRDR15IP|[SUMI-P Standard: CO.5.

N-m Recommended Tightening Torque (N-m) H95



High-efficiency Shoulder Milling of Deep Steps

Milling
Cutters

Shoulder
Milling

B Features

Inserts for SEC-WaveMill WEX series, with wave-like
cutting edges, are arranged in multiple stages forming
a long cutting edge to enable high-efficiency shoulder
milling of deep steps.

B Comparison of Cutting Force

6,000

5,000 —

4,000

3,000

2,000

Cutting Force (N)

1,000

0

30% Reduction in I Principal Force
Cutting Force [ Feed Force

[ Back force (+)

[ Back force ()

-1,000

WRX series Competitor's Product

@ Cutting edge positions are optimised to provide low cutting force and low vibration.

B Comparison of Vibration

WRX series Low Vibration

Competitor's
Product

Cutting Conditions

Work Material : S50C

Tool : WRX2025E2725

Cutting Speed : vc = 100m/min, fz = 0.15mm/t, a&¢ = 10mm, ap = 25mm, Dry

Cutting Conditions

Work Material : S50C

Tool : WRX3080RS5332

Cutting Speed : vc = 150m/min, fz = 0.20mm/t,ae = 5mm,ap = 40mm, Dry

@ Lead groove and special pocket shape provide smooth chip evacuation and high body rigidity
@ Tip insert supporting face reduces bottom edge fracture and provides high reliability.

Lead Groove

1

Special Pocket

Shape -
pd

Tip Insert Supporting Face

M Product Range

Cutting Edge | Series Code (GutirgEdgeLengh(mm)| Dia. (mm) |  Shape | Applicable Inserts ()
WRX2000R | 56 4010 a2 VP
WRXO000R | 5501010 e 705 DP
Wiaooon| " aor ol 1 VP
Wiocoo0n. 2 s g T P

* Applicable inserts are common with the popular WEX type SEC-WaveMill

H96

Short Cutting Edge Series
2-stepped Cutting

Edge Design Shorttype Cutting Edge Length
WRX3000 type 27mm
Reduces Number Wm‘ : ’W

of Passes

Normal cutting edge length of shank type cutter




SEC-Wave Repeater

WRX s

B Recommended Cutting Conditions Cutting Wicth
WRX2000 Depth of Cut

ap = 30mm

Tool: WRX2040E3642, Insert: AXMT123504PEER
Cutting Conditions: Depth of Cut ap = 30mm, Width of Cut ae = 8mm, Dry

Grade

= 2
2 5 ACP100 | AcP200 | AcP3oo | Ack200 | Ackaoo | AcM200 | ACM300 | DL1000 EE
8 % Work Material g % Feed Rate per Tooth fz (mm/t) 8‘ g
"8 s 0.1]0.15[0.2]0.1]0.15/0.2]0.1]0.150.2]0.1]0.15[0.2]0.11]0.15]0.2[0.1]0.15[0.2]0.1[0.15[0.2[0.1]0.15[0.2| & @
© 2 Cutting Speed vc (m/min)
Steel, Carbon Steel S15C 125 280/260|240|260/240220(240220,200
S45C 190 200(180/160]180|160,140|180/160|140]
S45C Hardened 250 180(120140[160/140(120]150(130/110]
S75C 270 160|140[120[150/130/110[130[110/110;
S75C Hardened 300 100/80|70{90|70|60|70|60 |50
Low Alloy Steel (SCM, SNCM) 180 200(180|160180[160|150(160/150/130
SCM, SNCM Hardened 275 130/110| 90 {120/100| 90 {100| 90 | 80
SCM, SNCM Hardened 300 120/100| 80 {100/ 90| 80|90 |80 | 60

SCM, SNCM Hardened 350
High Alloy Steel (SKD, SKT, SKH) 200

90/80|60(80|70|60(70|60 |40
180/170/160[170/160|130[150/140[120

O OMmMOOMMMO D0 OO DD DD O Chipbreaker

(%)
SKD, SKT, SKH Hardened | 325 10080 60| 8060|5060 |50 |30 £3
Stainless Steel SUS430 and Others (Martensitic/Ferritic) | 200 170/150/120]140/130[110 5 %
SUS403 and Others (Martensitic/Hardened) | 240 1401120{100(120/100| 90 )
SUS304, SUS316 (Austenitic) 180 180/160[140]160/140[130]
Cast Iron 240(220(200[220/200/180
Ductile Cast Iron 160140120{140/120{100
Exotic Alloy 5035 4525
Aluminum Alloy Si content of 12.6% or less 1000750500,
Si content of over 12.6% 2501200/170

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

WER 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.

Cut_tiq% Width
WRXSOOO Depth of Cut
Tool: WRX3050E5342 Insert: AXMT170508PEER % = somm

Cutting Conditions: Depth of Cut ap = 50mm, Width of Cut ae = 10mm, Dry

Grade

- =
2 % _ ACP100 | AcP200 | AcP3oo | Ack200 | Acksoo | AcM200 | ACM3oo | DL1000
8 -% Work Material E % Feed Rate per Tooth fz (mm/t)
B s 0.1]0.15]0.2]0.1]0.15[0.2]0.1]0.150.2]0.1]0.15]0.2]0.10.15[0.2]0.1]0.15]0.2[0.1]0.15[0.2]0.1]0.150.2
© = Cutting Speed vc (m/min)
Steel, Carbon Steel S15C 125 320/300|280|300280(260{280| 260|240
S45C 190 240(220|200|220{200{180|200|180/160
S45C Hardened 250 200(180|160|180{160(140|160|140/120
S75C 270 160(140|120|150{130{110|130|110/110
S75C Hardened 300 120[100] 80 {100/ 80 | 60 | 80 | 60 | 50
Low Alloy Steel (SCM, SNCM) 180 220(200|180|200{180(170|180|170/150

SCM, SNCM Hardened 275
SCM, SNCM Hardened 300
SCM, SNCM Hardened 350
High Alloy Steel (SKD, SKT, SKH) 200
SKD, SKT, SKH Hardened | 325

140/120{100{130{110{100{110{100| 80
130/110{ 90 {110| 90 | 80 {100/ 80 | 60
100/ 80]60(90| 70|60 |70 60 40
200/180|160(180|160|140(160|140(120
100] 80 | 60 | 80 | 60 | 50 | 60 | 50 | 30

O OMO:OMMmMMO QO OO DO OO O G| Chipbreaker

Stainless Steel SUS430 and Others (Martensitic/Ferritic) | 200 170(150/130{140{130(110
SUS403 and Others (Martensitic/Hardened) | 240 140(120/100{120{100| 90
SUS304, SUS316 (Austenitic) 180 180/160{140{160/140/130

Cast Iron 240/220/200{220|200/180

Ductile Cast Iron 160]140/120[140]120/100

Exotic Alloy 50 | 30 45|25

Aluminum Alloy Si content of 12.6% or less 1000750|500
Si content of over 12.6% 250(200/170

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

WEIER 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.

H97



Cast Iron [ Nonferoisletd | Exotic Alloy

Rake
N Axial 24° ¥1st036mm| 90 g @ O

Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 CBDP Fig 2 CBDE
KDP KDP| _
T
=g [ v 2 v 12
3 88 =85 858 =85
=+ ¥ 3 SINS) ' alo
= A Ya
=43)
APMX 4%]-/
- LF B LF
BOdy (Standard type) Dimensions (mm)
Cat. No é Dia. Max. Depth of Cut Boss Height Hole Dia. |Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Total No.| No. of | Effective Welght E
o &»| DC | APMX [DCSFMS| LF DCB | KWW | KDP |CBDP | D1 D2 | of Teeth | Steps [No.of Teeth| (KQ) 9
o WRX 2040RS3616 (@ 40 36 37.5 55 16 8.4 5.6 18 14 9 16 4 4 03 |1
= 2050RS3622 @®| 50 36 47.5 53] 22 10.4 6.3 20 18 11 16 4 4 05 |1
©
= =
32
3=
5= Body (Short Cutting Edge type) Dimensions (mm)
Cat. No § Dia. Max. Depth of Cut Boss Height Hole Dia. |Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Total No.| No. of | Effective Welght E
o &»| DC | APMX [DCSFMS| LF DCB | KWW | KDP |CBDP | D1 D2 | of Teeth | Steps [No.ofTeeth| (KQ) 9
o WRX 2040RS1816 (@| 40 18 32 50 16 8.4 5.6 18 14 9 10 2 5 03 |2
= 2050RS1822 @ | 50 18 40 50 22 10.4 6.3 20 18 11 10 2 5) 04 |2
©
=
Inserts are sold separately.
| nsert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | | | | [ < JN]
Process| General-purpose FHEAI <1 [N]
Roughing P | P K] 4
o|lo|lo|lo|lo|9 |9 o
oO|0o|o|o|o Q|9 I Corner
Cat. No. g E.\‘S %) % % SIS T g Radius | Fig
2222|2122 @) RE Fig 1
AXMT 123504PEER-G o e e o6 | — — 04 |1
123508PEER-G (®© © © & &  — | — | — = 0.8 |1
123512PEER-G o e e o6 | — — 1.2 |1 B
AXMT 123504PEER-H [ BN BN BN NN N = = 04 |1 e
123508PEER-H o e e 6o e | — — 08 |1 %
123512PEER-H o6 66 6 | | — = 1.2 |1
AXMT 123504PEER-E — =] ® @] — — 04 |1
123508PEER-E - == |- |- ® @&| — = 08 |1
123512PEER-E - -] ® @& — — 1.2 |1
AXMT123508PEER-EH | — | — |— | — | — | ® | @ | — = 0.8 |1
AXET 123502PEFR-S — = —|—|—|—|—| @ [ 02 |1
123504PEFR-S — === |—|—| @ [ ) 04 |1
123508PEFR-S — == —]—]—]—-]1 @ [ J 0.8 |1
-G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
Parts Identification Code
Flat Insert Screw | Wrench |Anti-seizure Cream| * Use peripheral
insers with FE WRX 2 040 R S 36 16
@ @ /ﬂ % ?f 0.8mm or less Series Code Insert Size Dia. Feed Metric Cutting Mounting
rom the second -
step and above. Direction Bore Edge .Hole
BFTX0306IP | 2.0 [TRDR08IP|SUMI-P Length  Diameter

H98 @ Recommended Tightening Torque (N-m)



SEC-Wave Repeater

WRX

Rake

CEErr

<

P

Steel

Cast Iron | Non-ferous et

Exotic Alloy

Angle Axial | 22° to 24°
Shoulder Miling ~ Groove Miling ~ Side Milling
Fig 1 CBDP Fig 2 CBDP Fig 3 CBDP
KDP | KDP KDP
™\ Y
19 «n 2]
m| = T = J I— ot S
g5]8 285 958 =82 ga sl £88
1 vQ (6] B o]
[a} [a} [a}
APMX ‘ APMX APMX L
- LF LF L|
BOdy (Standard type) Dimensions (mm)
Cat. No § Dia.  [Max.DepthofCut| Boss Height | Hole Dia. |Keyway Width| Keyway Depth |Mounting Depth|  Bolt Bolt sot |Total No.| No. of | Effective Welght Fi
o &»| DC |APMX|DCSFMS| LF | DCB | KWW | KDP |CBDP| D1 D2 D3 |of Teeth | Steps |No.ofTeeth| (KQ) 9
o WRX 3050RS5322 @| 50 53 47 70 22 104 | 6.3 20 18 11 — 12 4 3 06 |1
= 3063RS5327 @ 63 53 60 70 27 124 | 7 23 20 13.5 — 16 4 4 1.0 |1
§ 3080RS5332 (@ 80 53 77 85 32 144 | 8 26 25 17 — 20 4 5 22 |1
3100RS5340 @ 100 53 97 85 40 16.4 | 9.5 30 32 21 — 24 4 6 35 |1
BOdy (Short Cuttlng Edge type) Dimensions (mm)
Cat. No é Dia.  [Max.DepthofCut| Boss Height | Hole Dia. | Keyway Width | Keyway Depth |Mounting Depth| ~ Bolt Bolt soit  |Total No.| No. of | Effective Welght E
o &»| DC |APMX|DCSFMS| LF | DCB | KWW | KDP |CBDP| D1 D2 D3 |of Teeth | Steps |No.ofTeeth| (kg) 9
o WRX 3050RS2722 @®| 50 27 40 50 22 104 | 6.3 20 18 11 — 8 2 4 04 |2
= 3063RS2722 @| 63 27 50 50 22 104 | 6.3 20 18 11 — 10 2 5 0.7 |2
(0]
=
BOdy (Short Cutting Edge type) Dimensions (mm)
Cat. No § Dia.  |MaxDephhofCt| Boss Height | Hole Dia. | Keyway Width | Keyway Depth |Mounting Depth| ~ Bolt Bolt ot |Total No.| No. of | Eflectie |Weight Fi
o &| DC |APMX|DCSFMS| LF | DCB | KWW | KDP |CBDP| D1 | D2 | D3 |ofTeeth| Steps [No.oieti| (kg) |°
5| WRX 3080R27254 (@ | '80 27 60 50 25.4 9.5 6 25 35 26 13 12 2 6 11 |3
£ 3100R27317 |@| 100 27 70 63 31.75| 12.7 8 32.5 46 28 17 14 2 7 20 |3

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 8100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting| (3| | | [ 4 < JIN]
Process| General-purpose EAI<1IIEE] [N]
Roughing (K] 4
8 8 8 8 8 8 8 8 Corner
Cat. No. LaRge s T g Radius |Fig
212/12/2/2/2|% 5 FF
AXMT 170508PEER-L e 66 66 | | — 0.8 |1
AXMT 170504PEER-G ( BN BN BN BN N — — 04 |1
170508PEER-G [ BN AN BN BN Bl — 08 |1 Fig 1
170512PEER-G ( BN BN BN B R e - 12 |1
170516PEER-G (AN AN BN BN N — — 16 |1
170520PEER-G* ©® © © & o | — | — | — — 2.0 |1 \\C) g
170530PEER-G* ©® © ©® & & | — | — | — — 3.0 |1
AXMT 170508PEER-H e e e o o | — 08 |1 RE 1754
170512PEER-H e 66 66 | | — 1.2 |1 -
AXMT 170504PEER-E - = |- |- ® ®| — — 04 |1
170508PEER-E - |- |- ® ®] — — 08 |1
170512PEER-E — === |- |®|®| — — 1.2 |1
170516PEER-E - =] |- ® @& — — 16 |1
170520PEER-E* | — | —|—|—|— | ® | ® | — — 2.0 |1
170530PEER-E* |— | —|—|—|— | ® | ® | — — 3.0 |1
AXMT 170508PEER-EH | — | — | — | — | — | @® | @ | — - 0.8 |1
AXET 170502PEFR-S — === |- @ ([ ] 02 |1
170504PEFR-S — === |—|—|—| @ (] 04 |1
170508PEFR-S — ===l @ (] 08 |1
* marked inserts require modification of the cutter body.
Parts
Flat Insert Srowr Detachable Wrench Aliseniie *Modification of thle:’I Cu;t'ir t;c;‘c.jy is re:;q'uired when using inserts with corner radius RE 2.0 or 3.0
Handle Grip Bit Cream % oclly this portion.
Reworking guidelines
@ @ / f & For RE = 2.0: C1 (AXMT170520PEER)
Q For RE = 3.0: C1.5 (AXMT170530PEER)
BFTX0409IP | 3.0 |HPS1015 TRB15IP SUMI-P Standard: C0.5.

* Use peripheral inserts with RE of 0.8mm or less from the second

step and above.

N-m Recommended Tightening Torque (N-m)

sJ911n)
Bunpn

Buln
Jep|noys

H99



Cast Iron [ Nonferoisletd | Exotic Alloy

Rake
NN Axial | 16° to 24° 1836 90° g @ O

Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2
= - S
of 8 z g =
£0 LI e IO g =l
=5 LAPMX | TP
=3 L B
LF
m LF
BOdy (Shank type) Dimensions (mm)
Cat. No é Dia. Max. Depth of Cut Shank Head overall Length | Total No. of|  No. of Effective Weight Fig
T &H DC APMX DMM LH LF Teeth Steps  |No. of Teeth (kg)

WRX 2020E3620 [ ] 20 36 20 45 130 4 4 1 0.3 1
2025E2725 o 25 27 25 45 130 6 8 2 0.4 1
2032E2732 (] 32 27 32 45 130 9 3 3 0.7 1

g o2 2040E3642 [ J 40 36 42 45 130 16 4 4 1.2 1
3=
(%E Body (Short Cutting Edge type) Dimensions (mm)
Cat. No é Dia. Max. Depth of Cut Shank Head Overall Length Total No. of No. of Effective We|ght Flg
i &H DC APMX DMM LH LF Teeth Steps  |No. of Teeth (kg)

WRX 2020E1820 o 20 18 20 40 120 4 2 2 0.3 1
2025E1825 o 25 18 25 45 130 6 2 3 0.4 1
2032E1832 [ ] 32 18 32 50 140 8 2 4 0.8 1
2040E1832 [ 40 18 32 40 160 10 2 ) 1.1 2

Note: The values in red have been changed from the 2021-2022 General Catalogue.
| nsert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | (| | |3 VE <IN
Process| General-purpose IEAI<1IIEPE [N]
Roughing (K]
8 8 8 8 8 8 8 = Corner
Cat. No. 5828822 2|8 |~
19|2(¢|8|8]g| " | & | Fo
AXMT 123504PEER-G e 6 6 666 | | — — 04 |1
123508PEER-G e 6 6 666 || — = 08 |1
123512PEER-G e 6 6 6o | | — — 1.2 |1 N 1
AXMT 123504PEER-H [ BN BN NN BN NiEe — 04 |1 .
123508PEER-H ®|® o | ® ® — —| — | — | 08 |1 i}“
123512PEER-H e 6 6 66 || — = 1.2 |1
AXMT 123504PEER-E - == ® @] — — 04 |1
123508PEER-E - =|-|—-|—1®| ®| — — 0.8 |1
123512PEER-E - =] —- 11— ® @®| — — 1.2 |1
AXMT123508PEER-EH | — | — |—|—|— | @ | @ | — = 08 |1
AXET 123502PEFR-S — === —]|—] @ o 0.2 (1
123504PEFR-S =|=|=|=]=|=|=] O o 04 (1
123508PEFR-S —| -1 ]—]1—-]1—-] @ (] 0.8 |1
-G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
Parts Identification Code
i-sel * Use peripheral
Flat Insert Screw Wrench |Anti-seizure Cream inserrt)s Vﬁth el WRX 2 020 E 36 20
@ @ / % zg&i::sggée;s Series Code Insert Size Dia. Shank Cutting Shank Dia.
step and above. type Edge
BFTX0306IP | 2.0 [TRDROSIP|SUMI-P Length

H1 00 @ Recommended Tightening Torque (N-m)



SEC-Wave Repeater

1271053mm|900 g <

Rake

Angle Axial | 20° to 22°

Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2
o £ o | b=
) % o % 9 5
L . g5
L APMX | APMX | a3
LH LH
: : m
BOdy (Shank type) Dimensions (mm)
Cat. N é Dia. Max. Depth of Cut Shank Head overall Length | TOtal No. of|  No. of Effective Weight i
at o &l DC APMX DMM LH LF Teeth Steps |No.ofTeeth| (kg) | 9
WRX 3040E4042 (] 40 40 42 65 150 9 3 3 1.3 1
3050E5342 [ J 50 53 42 75 165 12 4 & 1.8
BOdy (Shor‘t Cutting Edge type) Dimensions (mm) g%
Cat. No ] Dia. Max. Depthof Cut|  Shank Head overall Length | Total No. of|  No. of Effective Weight | % c
T » DC APMX DMM LH LF Teeth Steps | No. of Teeth (ko) 9 3 @
WRX 3040E2732 [ ] 40 27 32 60 180 6 2 3 1.2 2
3050E2732 () 50 27 32 60 180 8 2 4 1.4 2
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Carbide| DLC
High-speed/Light Cutting | @[ [ [[3 VE N
Process| General-purpose EAl<1IE [N]
Roughing K]
olo|lolololg|9 =
oO|Oo|o|lo|o |9 |9 o Corner
Cat. No. g g g gi1228| ¢ g Radius | Fig
< | << | < 2 5() %() &() [a) qE
AXMT 170508PEER-L o 60060 | | — — 0.8 |1
AXMT 170504PEER-G (® @ © © ©  — = = 04 |1
170508PEER-G (@ | ® & @ @ —  — | — — 0.8 |1 Fig 1
170512PEER-G (® | @ | @ @ @ | —  — | — = 1.2 |1 )
170516PEER-G (@ © © | ® ©  — — — 1.6 |1 F’?
170520PEER-G* © (& & & & —  — | — = 2.0 |1 ‘ C) ;
170530PEER-G* ©® & | & & & —  — | — — 3.0 |1
AXMT 170508PEER-H (@ © | @ & & — | — — = 0.8 |1 e 175
170512PEER-H (@ | ®@ | @ @ & — | — | — — 1.2 |1 :
AXMT 170504PEER-E - = ® ®| — = 0.4 |1
170508PEER-E - —|—-|—-|-1® @& — — 08 |1
170512PEER-E - = |- ® ®| — = 1.2 |1
170516 PEER-E - —|—|—-|—-® @] — — 1.6 |1
170520PEER-E* |— | —|—|—|— | ® | ® | — = 2.0 |1
170530PEER-E* |— | —|—|—|— | ® | ® | — — 3.0 |1
AXMT 170508PEER-EH | — | — |—|—|— | @ | @ | — = 0.8 |1
AXET 170502PEFR-S — === |—|—|—] @ ) 02 |1
170504PEFR-S == === |—|—] @ () 0.4 |1
170508PEFR-S - =] ]—1—] @ [ 0.8 |1
* marked inserts require modification of the cutter body.
Identification Code
Series Code Insert Size Dia. Stk;zr;k C;;gr;g Sg:: K *Modification of the cutter body is required when I

Length using inserts with corner radius RE 2.0 or 3.0

Parts

. ) Modify this portion.
Flat Insert Screw | Wrench | Aniiseizue Crean | ~ Use peripheral Reworking guidelines
inserts with RE For RE = 2.0: C1
f0.8 I iy
@ m / % e o e N\ (AXMT170520PEER)

from the second
step and above. For RE =3.0: C1.5

BFTX0409IP | 3.0 |TRDR15IP |SUMI-P (AXMT170530PEER)

Standard: CO0.5.

N-m Recommended Tightening Torque (N-m) H1 01



B Features

@ Ideal for machining titanium alloys for aerospace
Designed for machining at large ramping angles, coupled
with a selection of corner radiuses, makes it applicable for
a variety of applications including titanium structural parts
@ Stable and long tool life in machining titanium alloys
The optimised cutting edge shape together with newly
developed ACS2500/ACS3000 grades (for machining exotic
alloys) result in excellent wear resistance and fracture

resistance

Milling
Cutters

()] . . . .
= @ Optimized cutting edge shape and chip pocket for
s excellent chip evacuation
(0]
Q
&£ M Product Range
5 o Dia. (mm)
% E; Type Description Cat. No. 232 250 263
‘%E Standard | WSE 16000RSOO ® O
Long | WSE 16000RSOOL 0 06
Standard | WSE 16000EQO (3)
Number in @® shows the number of teeth
H Applicable to various applications!
Pocket Expansion Helical Milling Groove Milling Shoulder Milling Ramping

B Ramping/Helical Milling Upper Limit
Ramping Helical Milling

Machining diameter

Dia. . | Max. Rampin Dia. ) Max. . Standard . Min. Machinin .
DC Corne&? el Anglep J DC Corne&? el Machining Dia. ’\?:]szg\%h Diameter h?;fn/':g\?)h Dia. ? "?;’;J:'ets)h
@ (mm) RMPX(°) o (mm) @ (mm) @ (mm) o (mm)

30 RE > 5.0 8.4 30 4.0 55.3 13.0 55.2 13.0 45.9 3.0
RE<4.0 12.2 0.8 61.3 13.0 56.3 13.0 45.9 2.9

50 RE > 5.0 3.6 50 4.0 91.6 1.2 91.6 1.2 81.9 2.8
RE <4.0 5.6 0.8 97.3 13.0 92.2 11.0 81.9 2.7

63 RE > 5.0 2.5 63 4.0 117.6 10.1 117.6 10.1 107.9 2.7
RE<4.0 3.9 0.8 123.3 1.7 118.2 9.9 107.9 2.6

Precautions for Helical Milling

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.

- Above the standard diameter, this portion can be
removed by traverse cutting with the same cutter.

H102
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W

M Grade Features

New PVD Coating Layer Features

Work Material Grade | Coatig Thickness ) Features ABSU PVD
Carbide substrate with excellent wear
and adhesion resistance, coupled with
ACS2500 3 a chipping resistant coating, provide =
outstanding performance especially in o—— Ultra-fine Grained B Additive
Exotic Aloy machining titanium alloys ‘New AITiBN coating, with an
High toughness carbide substrate ultrg—fine c.oating structure,
and a coating with excellent chipping 200nm achieves high strength and
ACS3000 3 resistance provide outstanding stability Coating toughness
when machining titanium alloys, heat- Layer Cross Section of -Outstanding chipping resistance
resistant alloys or stainless steel Cutting Edge Coating and wear resistance
TEM Image
High Adhesion Strength
B Grade Application Range Slgnlfl.cantly improved coating
- . A 4 adhesion and more than 2x
The pewly developed AQS2500/ACSSOOO gr.ades ideal for machmmg Carbide T la conventional chipping
titanium alloys, heat-resistant alloys and stainless steel are now available! Substrate resistance
Work Material Finishing to Light Cutting | Medium Cutting | Rough to Heavy Cutting
8
:é
Exotic Alloy T
o
. 2 £ ACS2500
M ;
sel| | O
o
()
o
_e
Exotic Alloy 8
2 e ACS3000
. E
Seel] | O
o
B Chipbreaker Shape B Excellent Chip Control
Work Material | (M) Stainless Steel, [ Exotic Alloy Cutting Conditions Chip
vc =60m/min Stable Chip Control Unstable Chips
Applications | General-purpose to Roughing fz =0.12mm/t
ap =10mm
Features Standard ae =21mm
Wet (7MPa)
E type Ramping
Angle: 0°
9 WSE type Competitor's Product
Chipbreaker vc =50m/min Stable Chip Control Unstable Chips
fz =0.12mm/t
ap =4mm
ae =50mm
Wet (7TMP,
Cutting Re (. 3
amping
kel } Angle: 3°
Cross NT WSE type Competitor's Product
Section ve =50m/min Stable Chip Control
fz =0.12mm/t
ap =4mm
ae =50mm X
Wet (7MPa) Machining Not Possible
Ramping c ) prod
Angle: 5.5° ompetitor's Product
ngle WSE type

Machine: 5-axis Machine HSK100, Work Material: Ti-6Al-4V
Tool: WSE 16050RS05L (250, 5-tooth)
Insert: XOMT160540PEER-E (ACS3000)

o)
€=
- —
85
a(ﬂ

Bujin 9oe4

Bulin
Jep|noys
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Exotic Alloy

Rake 150 [
W N Axial | 8°to 14° 90

Shoulder Millng ~ Groove Miling ~ Ramping  Helical Milling

DCSFMS
Fig1 o DCB
[a)
> ™
o
[a)
o 8
£s g
5
=0 9 U
D2|
D1
DC
o BOdy (She" type) Dimensions (mm)
é Cat. N S Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fi
s Bl N2k 2| DC |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 |ofTeeth | (kg) | ©
& o WSE 16050RS05 | @ 50 41 40(38.5) 22 10.4 6.3 20 18 11 5 0.24 1
& = 16050RS05L | @ 50 41 50(48.5) 22 10.4 6.3 20 18 11 ) 0.33 1
§ 16063RS06 |® 63 50 40(38.5) 22 10.4 6.3 20 18 11 6 0.46 1
16063RS06L | @ 63 50 50(48.5) 22 10.4 6.3 20 18 11 6 0.61 1

The LF dimensions in parentheses are dimensions using RE = 5.0 or larger insert. When using RE = 5.0 or larger inserts, the maximum depth of cut is 13mm.
Take note of the cutter mounting size (DCB) when selecting a cutter. Inserts are sold separately.

Shoulder
Milling

Identification Code

WSE 16 050 R S 05 L

Series Code Insert Dia. Feed Metric Number Long
Size Direction Bore of Teeth Body
Parts
Flat Insert Screw Detachable Wrench Anti-seizure
Handle Grip Bit Cream

¢ e 7 /)7

BFTX04090IP | 3.0 |HPS1015 TRB15IP SUMI-P

H1 04 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WSE
@

Insert

Exotic Alloy

Dimensions (mm)

Grade Classification Coated Carbide
High-speed/Light Cutting | M4
; ; M4 | M4
Process| Medium Quttmg | 8 Fig1 Fig2
Roughing VE
8|8 RE RE
C t. N ﬁ 8 Corner Radius Fi
at. No. o & RE ig r\
QQ - /an o o 69 °
- \/, o, =3
XOMT 160508PEER-E | @ | ® 0.8 1 ﬂ
160512PEER-E | ® | ® 1.2 1 015 55 f
160516PEER-E | ® | ® 1.6 1 ) : 18.1 &7
160520PEER-E | ® | @ 2 1
160530PEER-E | ® | @ 3 1 |
160550PEER-E | @ | @ 5 2
160560PEER-E | ® | @ 6 2
160564PEER-E | @ | @ 6.35 2
. . *Modification of the cutter body is required when
Precautions for Mounting Inserts using inserts with corner radius RE 5.0 or larger.
(1) Clean the mounting seat surface and
contact parts.
(2) While pressing the insert firmly against (1) Modify 1.5mm from the tip
the seat surface, tighten the screws with
the included wrench.
(3) Apply Anti-seizure Cream to the screws
and tighten at the recommended torque. x
(4) After tightening, check that there are no =
gaps on the seat surface. x
o
\(2) C chamfer 4.5mm
Recommended Cutting Conditions
1ISO Work Material Hardness | Chipbreaker C'\L/'ﬁtr:n? Cs)g:?:u\rllf En'://lg')l(in) M'i::e_dggtifnfjn(‘njrmta)x Grade
s [N Heat-Resistant Alloy — E 25- 35 -50 0.05- 0.10 -0.15 ACS2500/ACS3000
xotic Allo
Y Ti Alloy = E 30- 60 -90 0.05- 0.10 -0.15 ACS2500/ACS3000
) SUS430 and Others (Martensitic/Ferritic) 200 E 115- 145 -175 0.05- 0.10 -0.15 ACS2500/ACS3000
M Stg't’:(flss SUS403 and Others (Martensitic/Hardened) 240 E 105- 130 -155 0.05- 0.10 -0.15 | ACS2500/ACS3000
SUS304, SUS316 (Austenitic) 180 E 125- 155 -190 0.05- 0.10 - 0.15 ACS2500/ACS3000

@ 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.
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.

@ mark: Standard stocked item (new product/expanded item)

sJ911n)
Bunpn

Bujin 9oe4

Bulin
Jep|noys
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EEUSRT N Exotic Alloy

Rake Radial -9° 1 5mm o
Angle Axial 90
ShouderMilng  Groove Miling ~ Ramping  Helical Milling
Fig 1
of 1 =
£9 Q s
55 W -
=0
LH
LF
o BOdy (Shank type) Dimensions (mm)
= S Dia. Shank Head Overall Length We|ght X
E Cat. No. (,% DC DMM LH LF Number of Teeth (ka) Fig
8 WSE 16032E03 | @ 32 32 60(58.4) 170(168.4) 3 0.9 1
(V]
w

The LH and LF dimensions in parentheses are dimensions using RE = 5.0 or larger insert. When using RE = 5.0 or larger inserts, the maximum depth of cut is 13mm.
Inserts are sold separately.

Shoulder
Milling

Identification Code

WSE 16 032 E 03

Series Code Insert Dia. Shank Number
Size type  of Teeth

Parts
Flat Insert Screw | Wrench |Anti-seizure Cream

& €/ 7

BFTX0409IP | 3.0 |TRDR15IP [SUMI-P

H1 06 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked ltem (new product/expanded item)



SEC-WaveMill

WSE
@

Insert

Exotic Alloy

Dimensions (mm)

Grade Classification Coated Carbide
High-speed/Light Cutting | M4
i - M4 | M4
Process| Medium Quttmg rsEVs) Fig1 Fig2
Roughing VE 9 =
§> § Corner Radi - RE g ::=:
orner Radius .
Cat. No. D1 H RE Fig ﬁi r\ @
Q| Q - (@R | an '
< | < - U/ D, T \\000
XOMT 160508PEER-E | @ | ® 0.8 1 ﬂ
160512PEER-E | ® | ® 1.2 1 015 55 f
160516PEER-E | ® | ® 1.6 1 ) : 18.1 &7
160520PEER-E | ® | @ 2 1 -
160530PEER-E | ® | @ 3 1 | 8
160550PEER-E | @ | @ 5 2 =
160560PEER-E | ® | @ 6 2 3
160564PEER-E | @ | @ 6.35 2
=
5=
ag
) ) *Modification of the cutter body is required when
Precautions for Mounting Inserts using inserts with corner radius RE 5.0 or larger.
(1) Clean the mounting seat surface and
contact parts.
(2) While pressing the insert firmly against (1) Modify 1.5mm from the tip
the seat surface, tighten the screws with
the included wrench.
(3) Apply Anti-seizure Cream to the screws
and tighten at the recommended torque. x
(4) After tightening, check that there are no =»>
gaps on the seat surface. x
o
\(2) C chamfer 4.5mm
I
Recommended Cutting Conditions
. ’ Cutting Speed vc (m/min) | Feed Rate fz (mm/t)
ISO Work Material Hardness | Chipbreaker M OptimumpiMax. | Min. = Opbimumic Meax: Grade
. Heat-Resistant Alloy — E 25- 35 -50 0.05- 0.10 - 0.15 ACS2500/ACS3000
SI Exotic Alloy [—
Ti Alloy — E 30- 60 -90 0.05- 0.10 - 0.15 ACS2500/ACS3000
) SUS430 and Others (Martensitic/Ferritic) 200 E 115- 145 -175 0.05- 0.10 - 0.15 ACS2500/ACS3000
M Stg'tr::lss SUS403 and Others (Martensitic/Hardened) 240 E 105- 130 -155 0.05- 0.10 -0.15 | ACS2500/ACS3000
SUS304, SUS316 (Austenitic) 180 E 125- 155 -190 0.05- 0.10 -0.15 ACS2500/ACS3000
@ 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.
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.

@ mark: Standard stocked item (new product/expanded item)
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VIDEO OF
CUTTING %
E ol i

M Features

SEC-WaveMill WFX type for shoulder milling is a screw-lock type
cutter capable of using four corners.

Ideal cutting edge design delivers good squareness.

Now with high-efficiency, multi-
functional WFXH type and chamfering
WFXC type, our comprehensive range
covers a wide variety of applications.

In addition to the general-purpose grade
ACU2500, applicable to various work
materials, the new-generation coated carbide

Milling
Cutters

o . WFXH type WFXC type
£ grades XCU2500/XCK2000 are now available. yp yp
% Covering a wide variety of machining.
fu.% The insert shape optimised @ Optimised Edge Shape (For Shoulder Milling)
for Shoulder m|"|ng Employs a highly (1) | ()] | [€)) | lCnnventiuna\ Tuo\] IWFX type
3 o and the high-precision durable body : '
% £ bo dy leave a Effects of Allocation of Cutting Edge Functions Large step difference Small step difference
o= i i v and rough surface and smooth surface
> = superior machined
surface finish. gr“lt;:fh“:ismm The WFX12000 ype hes (1): The convex shape ensures cutting edge strength
coolant holes body protection shims. (2): The flat shape reduces step differences in shoulder milling
Product Range (3): The wiper edge function improves the surface roughness
e Dia. (mm)
Cat. No. Description Shape
08 016 |020|022|025|028 230|032 |033 |40 2063|080 0125 | 9160 | 0200 | 6250

WFX 08000R Standard Pitch
WFX 08000RS Standard Pitch (3)
WFXM 08000R (] | Fine Pitch
WFXM 08000RS | Fine Pitch [4)
WFXF 08000R Extra Fine Pitch
WFXF 08000RS | Extra Fine Pitch
WFX 12000R (-] | Standard Pitch
WFX 12000RS Standard Pitch
WFXF 12000R Extra Fine Pitch
WFXF 12000RS | Extra Fine Pitch

WFX 08000E Standard Pitch 00006 6e6e
(5] [+

©

08 ccoce © © © © &

©
©
®
®

000660000
00006600 :

Shoulder Milling

WFXM 08000E Fine Pitch

WFX 12000E Standard Pitch
WFXF 12000E Extra Fine Pitch
WFX 08000M Modular type O 06 06066 6

Shank

e

00 0060

60 66066 © © © ©

g
§ | WFXH 08000RS | Standard Pitch
<
S [l WFXH 12000RS | Standard Pitch
i 5
i S WFXH 08000M Modular type (2] (3)
>
£ =l WFXH 12000M | Modular type [5)
o] WFXC 08000E | Standard Pitch | €) | @
c
3 |2l WFXC 12000E | Standard Pitch 3 [5)
c e
S ‘;; WFXC 08000M Modular type (2]
© =] WFXC 12000M | Modular type [3) [3)
[ ] Chipbreaker Selection Numberin ®@®® shows the number of teeth Inch Bore ‘mark: Different diameter shanks in stock | Modular type 1€ H266
e — [PIL] 'I: ha — N} B Chipbreaker Selection Guide
- ight Cutting, Low Rigidity lain Chipbreaker oughing, Heavy Interrupt . . -
goicates Milling and Reduction of Burrs | General-purpose to Interrupted Millng | Cutting and Hardened Steel Miling High-precision Finish| Non-Ferrous Metals §
Features | Low Cutting Force | General-purpose type | High Strength type Wiper Sharp Edge (f L
Lope Gt Hipo | Wperlset | Stpe | g| = o
yp! yp ype type 3 (Standard)
c Light
o .
Chipbreaker 5 | Cutting
a G
S
08 type 0.05mm 0.1mm 0.15mm 0.18mm - ng) H
Ci o o o o E=
S;g‘si:n ‘ N 220 F <Z15 F L0 15 D% : l 3 Heavy Cutting
12 type 0.05mm 0.1mm 0.2mm 0.2mm Cutting Edge Strength — Heavy
Cross o o 15° o 27°
Sooton i <225 Fﬂrﬁ PQ_s 15 \;?_ W
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WF

B Cutting Performance

(1) Shoulder Milling Precision

B Wiper Insert

Optimised wiper edge shape provides superior surface roughness.

Precautions when Using Wiper Inserts

@ The wiper insert has a single corner specification.

M Class Inserts

24 L, -- -- -- --—g 24mm —— @
WFX type
Competitor's > L 1st Step o 2
Product A Copmpetitor's | Depth of Cut E.' =
£ Qduct B @mm) | = =
E 16 /> -- ———-—-——— | 16mm £ .,g
= .q%’ (/]
2 2
5 2nd Step g
ke} Depth of Cut =]
3 (8mm) \ /- c%
U)S’ /> o _777777777777778mm ae ap
B
3rd Step g
Depth of Cut D
(8mm) ‘ Work Material : S50C Tool: WFX12100R (2100 x 5 flutes) 5
0r - - ~ —0mm Cutting Conditions : VC = 200m/min, fz = 0.15mmt, ?
-80 -30 0 20 Cutting Width 20mm ap = 8.0mmx3 Passes, @€ = 20mm Q
Deviation (um)
z2
(2) Comparison of Surface Roughness (8) Comparison of Surface Properties gg
1.5 Qg
W
€
2
& B L Work Material: S50C
7 Cutting Conditions : ap = 0.5mm
£
(=]
>
@ 05 -~ m—_ - see=
g l Glossy without Clouding  Clouded without Gloss
o
5
%)
0
WFX type Competitor's  Conventional Work Material: SUS304
Product C Tool Cutting Conditions : ap = 0.5mm
Work Material : SCM440 Tool: WFX12100R (2100 x 5 teeth)
Cutting Conditions: vC = 200m/min, fz = 0.10mm/t,
ap = 3.0mm, @e = 90mm WEFX type Competitor's Product D
(4) Comparison of Cutting Force (5) Comparison of Wear Resistance
4,000 0.4
‘ [ Feed Force Il Principal Force [ ] Back Force ‘ _
20% Down E Fracture
2 3,000 ] R At At
= 7 £ Competitor's Product G Competitor's Product H
:
£ 2000 S Y A
o (]
£ =
= X
3 1,000 § Ol e T
[
0 1;9 ‘ 16 25 3‘1 3‘8 4‘7 55 Sb 66
WFX type Competitor's  Competitor's Gutting Time (min)
Product E Product F
Work Material 1 S50C Tool: WFX12100R (2100 x 5 teeth) Work Material : SCM440 Tool: WFX12100R (2100 x 1 tooth evaluation)
Cutting Conditions: VC = 200m/min, fz = 0.15mm/t, Cutting Conditions : vC = 200m/min, fz = 0.15mm/t,
ap = 10mm, ae = 20mm ap =5.0mm, ae = 30mm I

Wiper inserts are @ Attach the wiper insert so that the chamfered
0.15mm longer
than M Class

inserts.

corner is in location (1) shown in the figure.

@ Use the corner with the ID mark. (2)
(08-size inserts have no marks.)

]
Wiper Edge

@ Refer to page N17 for details about wiper inserts.
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Cast Iron [ Nor-femushetdl 5 Exotic Alloy

EON Radial | 6 | @ k
Angle [IETY 12° 90 O

Face Milling ~ Shoulder Miling ~ Groove Millng ~ Side Milling ~ Plunge Miling

Fig 1 Fig 2 Fig 3
DCSFMS
DCSFMS & pcB DCSFMS
% DCB 2 Tl o DCB
S| R Y 2w
o® v X I ]
P o al ¥ o
£8 ol 3 " 3
Eg (@] T - [T - 8 ) L_IL
=43) mram L] [
18 D1
D2 -~ DC
D1 D2 —
D1
DC Do
o BOdy (Standard PItCh) Dimensions (mm)
é Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
s o ) DC DCSFMS LF DCB KWW KDP CBDP DA D2 of Teeth (kg) 9
8 WFX 08040RS ([ J 40 33 40 16 8.4 5.6 18 14 9 3 0.2 1
i o 08050RS ([ J 50 41 40 22 10.4 6.3 20 18 11 4 0.3 1
© 08063RS o 63 50 40 22 10.4 6.3 20 18 11 5 0.6 1
g o = 08080RS ([ J ‘80 55 50 27 12.4 7 22 20 14 6 1.0 1
S g 08100RS [ J 100 70 50 32 14.4 8 32 46 — 8 1.4 3
.85 5 WFX 08080R ([ J ‘80 55 50 25.4 9.5 6 25 20 14 6 1.0 1
@ £ 08100R ® 100 70 63 31.75 12.7 8 32 46 27 8 1.9 2
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
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).
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cartide| DLC | Cermet
High-speed/Light Cutting | & B || | |C3|[3] |H4| Ky [N]
Process| Medium Cutting |G || |/|/| @[] |E3]E4 [N] Fig 1
Roughing & [K] [P] RE
oo o
olalelelolg|e|o o o o <
LDLOEOOOOOOO o S Corrfer
Cat. No. SgRIRIgR2SI2 £ |8 S | rais |Fig Wﬁf]
aldlalgla|S|ola|g|o = ~ RE @ o
IR IR = = &ﬂ
SOMT 080304PZER-L © ©® © © ®© © ®© & 6 & — — 04 |1
080308PZER-L ©@ © © © © 6 6 © 6 6 = 08 |1 8.0 |l 3175
SOMT 080304PZER-G © © © © ©¢ © © © 6 & — 04 |1
080308PZER-G © ©® © © ®© © 6 ©¢ @ & — 0.8 |1 .
080312PZER-G (@ | © @ ® @ @00 0 0 — | — 12 |1]Fi92
SOMT 080308PZER-H © ©® © & ®© © & & & & — 08 |1 8.0
080312PZER-H © ©® © © ®© © @ ©¢ @ & — 1.2 |1 7 N
SOET 080304PZER-G |®© © © © © © & © 6 & = [ J 04 |1 V)
080308PZER-G | ®© ®© © © © © ®© ®@ 6 0 — ([ 08 |1 @ W
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SOET 080302PZFR-S |—|—|—|—|—|—[—[-[-|—| ® [e@| — [o02 1 (o | F0S 5175
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ o = 0.4 |1 ‘ ‘ .
080308PZFR-S |—|—|—|—|—|—|—|—|—|—|] @ [ — 0.8 |1
XOEW 080308PZTR-W (@ | —|— |—|— | — [ J = = — |2
Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions).
Identification Code Recommended Cutting Conditions
V\’ Work Cutting Speed vc (m/min) | Feed Rate fz(mm/t)  |DepthofCutap|  Insert
FX 08 040 B § IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) Grade
Series Code Insert Size Dia. Feed Metric
Direction Bore General Steel | 180t0 280 HB | 150-200-250 0.08-0.12-0.18 <6 ﬁgggggo
Mild Steel < 180HB 180-250-350 0.10-0.15-0.20 <6 ACP300
Die Steel | 200to 220 HB | 100-150-200 0.08-0.12-0.18 <4 | XCU2500
Parts Stainless ACU2500
Flat Insert Screw | Wrench |Anti-seizure Cream Steel - 160-200-250 | 0.10-0.15-0.20 | <6 | \cuang
ACU2500|
@ @ ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 | ACK300
XCU2500
BFTX0306IP| 2.0 | TRDROS8IP | SUMI-P XCK2000
Non-Ferrous H1
Metals — 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 <6 | ACM200
Alloy ACM300

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.

H1 1 0 (N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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Fig 1 Fig 2 Fig 3
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D2 <23
D1 D2 bc
D1
DC DG
BOdy (Fine PItCh) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight E g
T [ DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9 %
WFXM 08040RS (©® 40 33 40 16 8.4 5.6 18 14 9 4 0.2 1 =
XS] 08050RS |@® 50 41 40 22 10.4 6.3 20 18 11 5 0.3 1 a
@ 08063RS |@® 63 50 40 22 104 6.3 20 18 11 6 0.5 1
= 08080RS |® ‘80 55 50 27 12.4 7 22 20 14 8 1.0 1 gg
08100RS |® 100 70 50 32 14.4 8 32 46 — 10 1.4 3 é&_’
5 WFXM 08080R | @ ‘80 55 50 25.4 9.5 6 25 20 14 8 1.0 1 8%
£ 08100R ® 100 70 63 31.75 12.7 8 32 46 27 10 1.9 2 -
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC | Cermet
High-speed/Light Cutting | &% | @] | |[[@|[3 Ve <] [N]
Process| Medium Cutting | & | B HEA <H<1IIPEID: [N] Fig 1
Roughing & K] [P RE
oo [=)
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blv|l999|83|2|2|22 o S Corner
Cat. No. SO I E I Q‘ Q g g T =) 3 Radius |Fig| W@
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SOMT 080304PZER-L © © © ©¢ ©¢ ¢ ©¢ © © © — — 04 |1
080308PZER-L (@ © ©/® ® © © 0 0 O — - 0.8 |1 80 | 3.175
SOMT 080304PZER-G © © © ©¢ ¢ ©¢ ©¢ © © © — — 04 |1
080308PZER-G © © © © ©¢ ©¢ ¢ © o © = = 0.8 |1 Fig 2
080312PZER-G © ©®© ®© © © © © © o ©o — — 1.2 |1 =
SOMT 080308PZER-H © © & @ © & & & & o — = 0.8 |1 8.0
080312PZER-H © © ®© @ @ © © & o ©o — — 1.2 |1 / )
SOET 080304PZER-G |© © © © ©¢ ©¢ & & & O — = o 04 |1 - V/any
080308PZER-G © ©® © © © ©¢ ¢ ¢ & © — — o 0.8 |1 @ N\
080312PZER-G (@ © @ & © & & & o © — — [ J 1.2 |1 -
SOET 080302PZFR-S | —|—|[—|—|— |~ [ [ |- |[-| ® [e@ | — 102 [1 Las [NBO8 | 575
080304PZFR-S |—|—|—|—|—|—|—|—|—|— ( J o = 0.4 |1
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XOEW 080308PZTR-W @ | — | — | —|—|— () = = = |2
Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions).
Identification Code Recommended Cutting Conditions
V\’ I\’I S Work Cutting Speed vc (m/min) |~ Feed Rate fz(mm/t)  |DepthofCutap| Insert
FX 08 040 B — IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) Grade
Series Code Fine Pitch  Insert Dia. Feed Metric
Size Direction Bore General Steel | 180 to 280 HB | 150-200-250 0.08-0.12-0.18 <6 |ACU2500
Mild Steel < 180HB 180-250-350 0.10-0.15-0.20 <6 ﬁgﬁggg
Die Steel | 200 to 220 HB | 100-150-200 | 0.08-0.12-0.18 | <4 |XCU2500
Stainless ACU2500
Parts ctou ~ 160-200-250 | 0.10-015-0.20 | <6 |\l
Flat Insert Screw | Wrench |Anti-seizure Cream ACU2500
ACK200
@ Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 | ACK300
XCU2500
BFTX0306IP| 2.0 | TRDROS8IP | SUMI-P XCK2000
. - Non-Ferrous H1
Metals — 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500
— 30- 50 -80 0.08-0.13-0.18 <6 |ACM200
Alloy ACM300

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.

Note

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H1 11
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Face Milling ~ Shoulder Miling ~ Groove Millng ~ Side Milling ~ Plunge Miling

Fig 1 Fig 2 Fig 3
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D1 D2
DC D1
DC
o BOdy (EXtra Fine PItCh) Dimensions (mm)
é Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight E
s T ) DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
8 WFXF 08040RS | @ 40 33 40 16 8.4 5.6 18 14 9 6 0.2 1
s 2 08050RS |@ 50 41 40 22 10.4 6.3 20 18 11 7 0.3 1
@ 08063RS | @ 63 50 40 22 10.4 6.3 20 18 11 8 0.5 1
o 2 08080RS |®| 80 55 50 27 12.4 7 22 20 14 10 09 |1
Sg 08100RS |@ 100 70 50 32 14.4 8 32 46 — 12 1.4 3
(%E S WFXF 08080R ([} ‘80 55 50 25.4 9.5 6 25 20 14 10 1.0 1
£ 08100R ® 100 70 63 31.75 12.7 8 32 46 27 12 1.9 2
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cattide| DLC | Cermet
High-speed/Light Cutting | &% B || | |[H|[3] &4 <JEN]
Process| Medium Cutting |G || |/|/ @[] |23]E8 [N] Fig 1
Roughing & K] [P] RE
oo [=)
olalelelolg|e|e o | o o <
o bl 9IalQIQ 2R o S Corner
Cat. No. SR |RIRSISIZISE T |8 § | R |Fg ZN
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080312PZER-H © © ®© © ®© © © ®© @6 & — 1.2 |1 7 N
SOET 080304PZER-G |© © © © © ®© 6 6 6 & = o 04 |1 N Vany
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080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ ) = 04 |1
080308PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ — 0.8 |1
XOEW 080308PZTR-W (@ | —|— |—|— | — [ J = = — |2
Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions).
Identification Code Recommended Cutting Conditions
\’\’ Work Cutting Speed vc (m/min) | Feed Rate fz(mm/t)  |DepthofCutap|  Insert
ﬂ E 08 m B § IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) Grade
Series Code Extra Insert Dia. Feed Metric
Fine Pitch  Size Direction Bore General Steel| 180 to 280 HB | 150-200-250 0.08-0.12-0.18 <6 ﬁgggggo
Mild Steel < 180HB 180-250-350 0.10-0.15-0.20 <6 ACP300
Die Steel | 200 to 220 HB | 100-150-200 0.08-0.12-0.18 <4 | XCU2500
Stainless ACU2500
Parts otou — 160-200-250 | 0.10-015-020 | <6 |yl
Flat Insert Screw | Wrench |Anti-seizure Cream ACU2500

ACK200
(N~m Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 | ACK300
XCU2500

XCK2000
BFTX0306IP| 2.0 | TRDRO8IP | SUMI-P

Non-Ferrous H1
Metals 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
Exotic ACU2500

— 30- 50 -80 0.08-0.13-0.18 <6 | ACM200
Alloy ACM300

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.

Note

H1 1 2 (N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

W | (1000 [one
Angle Axial 8° 90 O

Face Milling ~ ShoulderMiling ~ Groove Millng ~ Side Milling ~ Plunge Millng

Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions). " .
Identification Code

Flat |ns§13crew ‘l?sert Shim Screw WFX 12 050 B §

Series Code Insert Size ia. Feed Metric

/ shim Direction Bore
Recommended Cutting Conditions

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 DCSFMS
DCSFMS a D%S(;g" S DCSFMS Q 4>D%SCFQ"S o 4%6
g PcB € [ g DoB € rrww S oW - e
X KWW a ) AN L < W il ¥ |
] S e e Jg e
g Y 58 ) 5Jo ; ol ° . |85
aQ
D2 ’5‘% D1 D1 o ’
o 'B_{ bc e bc
bc DC
BOdy (Standard PItCh) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight Flg §
T [ DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) =
o WFX 12050RS o 50 41 40 22 10.4 6.3 20 18 11 3 0.3 1 =
= 12063RS ( 63 50 40 22 10.4 6.3 20 18 11 4 0.5 1 a
g 12080RS ([ ‘80 55 50 27 12.4 7 22 20 14 4 0.9 1
12100RS [ ) 100 70 50 32 14.4 8 32 46 — B 1.3 5 gg
WFX 12080R ([ ‘80 55 50 25.4 9.5 6 25 20 14 4 0.9 1 é&_’
12100R ® 100 70 63 31.75 12.7 8 32 46 27 5 1.7 2 8%
S 12125R [ J 125 80 63 38.1 15.9 10 35.5 55 30 6 2.4 1 -
£ 12160R ([ 160 100 63 50.8 19.1 11 38 72 — 8 3.6 4
12200R ® 200 160 63 47.625 25.4 14 35 135 — 10 6.8 5
12250R ® 250 180 63 47.625 25.4 14 35 160 — 12 9.6 5
Inserts are sold separately. Sizes 160mm and above do not have coolant holes.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification ~ Coated Carbide Cemented Caroie] DLC | Cermet Fig 1
High-speed/Light Cutting | & B || | |[3|[3] <JN] RE
Process| Medium Cutting | |6 |F|Pw |3/ (3] |H4) 4 [N}
Roughing 4 | @ P sl [
HEERBREREEE S| = | oo (=24 ||
Cat. No. Q| = E g 8 S g Q g g E 9 8 Radius Flg
8800050000 = = RE 127 4.76
I | X< || < = ||| < o [=
SOMT 120408PDER-L (@ |® @ /@/®0(@ @ @ 0 0 — | — — 08 |1]| Fig2
SOMT 120404PDER-G © © © © © ©¢ 6 © 6 ©& = = 04 |1 12.8
120408PDER-G © © © © & © © @ © & — ( 0.8 |1 7 )
120412PDER-G © ©® © © & & © & 0 & — — 1.2 |1 ° m\ |
120416PDER-G | © © © © & & @ 6 0 & — — 1.6 |1 o N\
SOMT 120408PDER-H © © & © © ©¢ 6 @ 6 & = = 08 |1 __ | ©°
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|—| @ [ ] — 0.8 |1 L@J R0.8 4.76
XOEW 120408PDTR-W @ | — | —|—|—|—|—|@® — — [ = |2

1SO Worl.< Hardness Culmng Speled Ve (m/min) lFeed Rat'e fz(mmA)  |Depthof Cutap| Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) | Grade
General Steel {180 to 280 HB| 150-200-250 |0.10-0.15-0.20| <10 |ACU2500
MidSteel| < 180HB | 180-250-350 |0.10-0.15-0.20| <10 |poreeo
Part Die Steel|200 to 220 HB| 100-150-200 |{0.10-0.15-0.20| <6 |XCU2500
arts :
Stainless - ACU2500
shim | Shim [T Fiat |integrated] Detachable Wrench [issere M| steel 160-200-250 |0.10-0.15-020) <10 1,15y1559
) Screw Insert Screw | Wrench |Handle Grip| Bit Cream ACU2500
Applicable ~ ) Cast ACK200
Cutter ‘ \ & 250HB 100-175-250 |0.10-0.15-0.20| <10 |ACK300
\% @ fron XCU2500
XCK2000
DG o0t0125 — |HPS1015[TRB15IP Non-Ferrous H1
- — 300-500-1,000/0.10-0.15-0.20| < 10
b WFXS4R [BW0507F |LH035BFTX03512IP| 3.0 TRORTER| ——SUMI-P Metals DL1000
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

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.

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H1 1 3

Note
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Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 DCSFMS
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= 3 18 D D1
D2 o18 D1 D1
D1 D2 e DC DC
DC D1
DC
o BOdy (EXtra Fine PltCh) Dimensions (mm)
é Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight E
s ) ) [ DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
8 WFXF 12050RS | @ 50 41 40 22 10.4 6.3 20 18 11 4 0.3 1
e |2 12063RS |®| 63 50 40 |22 10.4 63 | 20 18 11 5 05 |1
g 12080RS |@® ‘80 55 50 27 12.4 7 22 20 14 6 0.9 1
g > 12100RS |@® 100 70 50 32 14.4 8 32 46 — 7 1.3 S
§ = WFXF 12080R ([ ‘80 55 50 25.4 9.5 6 25 20 14 6 0.9 1
(-% = 12100R ® 100 70 63 31.75 12.7 8 32 46 27 7 1.7 2
S 12125R (] 125 80 63 38.1 15.9 10 35.5 55 30 8 2.3 1
£ 12160R ([ J 160 100 63 50.8 19.1 11 38 72 — 12 85 4
12200R o 200 160 63 47.625 25.4 14 35 135 — 16 6.7 5
12250R 250 180 63 47.625 25.4 14 85 160 — 18 9.5 5

Inserts are sold separately. Sizes 2160mm and above do not have coolant holes.
m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

H114

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide) DLC | Cermet Fia 1
High-speed/Light Cutting |@& [Ba @] | [[¥[C3] | < JEN] 9 RE
Process| Medium Cutting |58 6| |/ |[[|[@] |£8]28 [N] T§
Roughing | P K Q J A
o | o o o
AHEHEEEEEE 8| & |om & U
Cat. No. 3135558138153 T |3| 2 |W[
<<.()§)<<<<§<><<<< a N 12.7 4.76
SOMT 120408PDER-L (®© © © © © © ®© © & © — — — 0.8 |1]|Fig2
SOMT 120404PDER-G © © © © © © ®© © © © — — - 04 (1 12.8
120408PDER-G © © © © © ®© ®© © & © — — o 0.8 |1 / h [
120412PDER-G © © © © © © © © © © — — — 12 |1 o 7\ |
120416PDER-G © | © © © © ®© © © & © — — — 1.6 |1 i N\
SOMT 120408PDER-H © © © © © ©¢ ®© © © © — — = 0.8 |1 - © |
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|— [ J [ J — 0.8 |1 6.5 ‘ RO.8 4.76
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Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions). Identification Code
Flat Insert Screw Insert Shim Screw WFX F 12 050 R S
l Series Code  Extra Fine Insert Dia. Feed Metric
/ Shim Pitch Size Direction Bore
Recommended Cutting Conditions
SO Work Hardness Cutting Speed v (m/min)| ~ Feed Rate fz (mm/t) ~|DepthofCutap| Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max.| (mm) | Grade
General Steel [ 180 to 280 HB| 150-200-250 [0.10-0.15-0.20| <10 |ACU2500
MidSteel| < 180HB | 180-250-350 |0.10-0.15-0.20| <10 |poro00
Parts Die Steel|200 to 220 HB| 100-150-200 |0.10-0.15-0.20| <6 |XCU2500
. Shim Flat Insert |Integrated| Detachable Wrench |Anti-seizure Stainless = 160-200-250 |0.10-0.15-0.20 <10 [fCU200
Shim Wrench : : Steel ACM300
) Screw Screw Wrench |Handle Grip|  Bit Cream
Applicable ~ ﬁg%ggo
Cutter ‘% N Cast
N\ ’ O 250HB 100-175-250 |0.10-0.15-0.20 10 |ACK300
L @ A fron ° o1 = XGUzso0
DCoi0to1%5 — HS1015 TRB15IP XCK2000
On‘ermanabweWFXS4R BWO0507F|LHO35 jBFTX03512P| 3.0 TRORT5P — ——SUMI-P Nor’;:;rsous B 300-500-1,000,0.10-0.15-0.20| <10 DL:ngoo
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

[ 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.

(N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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BOdy (Standard PItCh) Dimensions (mm) BOdy (Fine PltCh) Dimensions (mm)
% Dia. Shank Head Overall Length Number | _. % Dia. Shank Head Overall Length Number | _. ;I;I
Cat. No. | DC |DMM | LH | LF |ofTesth| 9 Cat. No. 2| DC |DMM | LH | LF |ofTesth| 9] 8
WFX 08020E-16 @®| 20 16 30 110 2 1 WFXM 08025E ® 25 25 30 120 3 1 E
08020E ® 20 20 30 110 2 1 08032E ® 32 32 30 120 1 §
08022E ® 22 20 30 120 2 1 08040E @ 40 32 30 120 4 2
08025E-20 @®| 25 20 30 120 2 1 08050E |(®| 50 32 30 120 5) 2 %)
08025E (@ 25 | 25 | 30 | 120 | 2 |1 08063E |®| 63 | 32 | 30 | 120 | 6 |2] E3
08028E ® 28 25 30 120 2 1 Inserts are sold separately. 2a
08030E ® 30 25 30 120 3 1 (4]
08032E ® 32 32 30 120 & 1
08033E ® 33 32 30 120 3 1
08040E ® 40 32 30 120 8] 2
08050E ® 50 32 30 120 4 2
08063E ® 63 32 30 120 5 2
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Caibide) DLC | Cermet
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080312PZER-H © ®© © © ©¢ ¢ & @6 06 & — 1.2 |1 V4 N
SOET 080304PZER-G |®© ®© © ®© 6 © © © ¢ & = [ J 04 |1 _ M)
080308PZER-G (@ © © © © © © ®© 6 & — [ J 0.8 |1 @ N\
080312PZER-G |®© © © © © © © ©6 06 & = [ J 1.2 |1 __
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|—| @ ([ J — 02 |1 LQJ R0.8 3175
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ ( J = 04 |1
080308PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ J — 08 |1
XOEW 080308PZTR-W @ | —|— | —|—|— [ ] — — [ — |2
Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions). Recommended Cutting Conditions I
Identification Code Work Cutting Speed vc (m/min) | Feed Rate fz(mm/t)  |DepthofCutap|  Insert
ISO . Hardness ) i , .
Material Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) Grade
WFX M 08 025 E General Steel| 180 to 280 HB | 150-200-250 0.08-0.12-0.18 <6 |ACU2500
Series Code Fine Pitch Insert Dia. Shank Mild Steel| < 180HB 180-250-350 0.10-0.15-0.20 <6 ﬁggggg
Size type Die Steel | 200 to 220 HB | 100-150-200 0.08-0.12-0.18 <4 |XCu2500
Stainless ACU2500
Steel — 160-200-250 0.10-0.15-0.20 <6 ACM300
Parts ACU2500
Flat Insert Screw | Wrench |Anti-seizure Cream ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 |ACK300
XCU2500
@ @ / % XCK2000
Non-Ferrous H1
BFTX0306IP| 2.0 | TRDROSIP | SUMI-P Metals B 800-500-1,000 | 0.10-015-0.20 | <6 | 4g99
Exotic ACU2500]
— 30- 50 -80 0.08-0.13-0.18 <6 | ACM200
Alloy ACM300

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.

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H1 1 5

Note



EION Radial | 8" |

100 |90° ‘

<

Cast Iron [ Nor-femushetdl 5 Exotic Alloy

Angle Axial 8°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling  Plunge Milling
Fig 1
®» =
(2] o
€3 8 2
== =
=5
=43)
LH
LF
o BOdy (Standard PltCh) Dimensions (mm) BOdy (EXtra Fine PltCh) Dimensions (mm)
é S| D Shank | Head |owelLength | NUumber| Weight| _. S| Dia Shank | Head |ovrlLengts | NUmber| Weight | _.
g Ehi e, 2| oc |oMM| LH | LF |ofTeeth| (ko) |79 Cat.No. o pc |DMM| LH | LF |ofTesth| (ko) | 9
8 WFX 12040E @ 40 32 30 120 3 0.68 |1 WFXF 12050E @ | 50 32 30 120 4 0.78 |1
s 12050E ® 50 32 30 | 120 8] 0.78 |1 12063E |®| 63 32 30 | 120 5 0.96 |1
12063E ® 63 32 30 | 120 4 0.94 |1 12080E |®| 80 32 30 | 120 6 1.22 |1
gm 12080E @ 80 32 30 120 4 1.29 |1 Inserts are sold separately.
S g Inserts are sold separately. 240mm size does not have shims.
25
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC | Cermet Fig 1
High-speed/Light Cutting |5 [ @] | |[[[[3] |E4 <y [N] o RE
Process| Medium Cutting & A II<IIPE [N] P =
Roughing & 7 @[ | [P] ~| E} i 11
oo o N
888§§8§§§§ 8 g Corner
cat. No. 213 g S5 - 518 5 5 T g 5 R;ﬁEus o 127 476
IRt |8|< <2< 2 F ' '
SOMT 120408PDER-L @ (@ (@ (@ @@ 00 (00 — — — 0.8 [1|Fig2
SOMT 120404PDER-G © © © © © © © © © © — — = 0.4 |1 12.8
120408PDER-G © © © ©¢ ®© ©¢ ® ®© ©® © — — [ ] 0.8 |1 7 N ~
120412PDER-G (© | ®© © © © © © © © © = = 12 |1 ° m\ |
120416PDER-G (® | ®© © © ®© © @ © © © — — — 1.6 |1 2 U/
SOMT 120408PDER-H © © © @ ©¢ ©¢ ©¢ © © © = = = 0.8 |1 _ ° |
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|— [ [ J — 0.8 |1 6.5 R0.8 4.76
XOEW 120408PDTR-W (@ —|—|—|—|—|—|® — — [ J — |2
Refer to H109 (Precautions when Using Wiper Inserts) (Mounting Precautions).
Flat Insert ‘g .
Screw Insert Shim Screw (Excluding WFX12040E (Dia40)) Identification Code
! WFX F 12 050 E
/ (Excluding WFX12040E (Dia40)) Series Code  Extra Fine Insert Dia. Shank
Pitch Size type
I Recommended Cutting Conditions
Work Cutting Speed ve (m/min)| ~ Feed Rate fz (nm#) ~ |Depthof Cutap| Insert
Parts IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) | Grade
Shim | Shim Screw | Wrench | Flat Insert Screw | Wrench | Antiseizure Cream General Steel| 180 to 280 HB| 150-200-250 |0.10-0.15-0.20| <10 ﬁgggggo
N Mild Steel| <180HB |180-250-350 |0.10-0.15-0.20| <10
\\ ACP300
\ @ Die Steel |200 to 220 HB| 100-150-200 |0.10-0.15-0.20| <6 [XCU2500
Stainless - ~ } ~ . ACU2500
WFXS4R| BW0507F | LH035 |BFTX03512IP| 3.0 [TRDR15IP |SUMI-P Steel 160-200-250 10.10-0.15-0.20 <10 1,600
@40mm size does not have shims. ACU2500
ACK200
Cast Iron 250HB 100-175-250 |0.10-0.15-0.20| <10 |ACK300
XCU2500
XCK2000
Non-Ferrous H1
Metals — 300-500-1,000(0.10-0.15-0.20| < 10 DL1000
Exotic ACU2500
— 30- 50 -80 |0.10-0.15-0.20| <10 |ACM200
Alloy ACM300

H116

Note

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.

@ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)




l Features

VIDEO OF
CUTTING %
[P

@ The high-efficiency general-purpose/shoulder milling SEC-Sumi
Dual Mill DFC series cutter has a unique insert shape with both
excellent sharpness and cutting edge strength, enabling it to be
used for a wider range of applications from high-efficiency

machining through to finishing.

Further expansion of the shoulder milling GS type chipbreaker,

suitable for a wide range of applications.
@ Applicable to various work materials

In addition to the general-purpose grade ACU2500, the new-generation

coated carbide grades XCU2500/XCK2000 are now available.

Applicable to various work materials such as steel, stainless steel,

cast iron, exotic alloys, and more.

Il I =N =N =N =N = = . . Il I I =N =N =N =N = .
Restraining
T N ] face - OEOE E E E m m
DFC series Conventional Tool
Unique insert shape provides Flank wear of inserts for DFC series does not reach
both sharpness and cutting the restraining face and thus mounting accuracy
edge strength does not suffer

| GS type Chipbreaker for Shoulder Milling |

- Excellent chip control
- Suppresses machined surface deterioration due to chip biting

Work Material: S50C  Tool: 2100mm
Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ae = 50mm, ap = 3mm x 6 Passes, Dry

Chip generation image and machined surface comparison

The 90° cutting angle is

suitable for both face milling

and shoulder milling

-
GS Type Chipbreaker Conventional Tool
a
Chip flow direction control (a > b) = chip biting suppressed
-

o)
€=
- —
85
a(ﬁ

Bujin 9oe4

Bulin
Jep|noys

H117



B Cutting Performance

Face Milling

(1) Machined surface roughness:

of Better than competitors' products
25 o
S3 DFC type ............................) 0
© DFC type “
+10
Competitor's 50000000000 ..--) 0
Product A Competitor's Product A 10
+10
Conventional 5000000000 > 0
Tool Conventional Tool -10

0 05 1.0 1.5 [ |

Machined Surface Roughness Ra (um)

o
s
=

4]

3]

©
w

Work Material: S50C Tool: DFC 09100RS Insert: XNMU 060608PNER-G Grade: ACP200 Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3mm, ae = 85mm, Dry |

Shoulder
Milling

(2) Cutting edge strength/Cutting edge damage during heavy interrupted cutting:
Cutting edge strength surpasses competitors' double-sided cutters

fz(mm/t)
0.3 0.4 05
DFC type o o o
Competitor's Product B o Damage
-Si (Midway through
(Double-sided, 6 Corners) i 2prsses)ug
Competitor's Product C (Mlzam':lgeh
i idway throu
(Double-sided, 6 Corners) " szses) g
Competitor's Product D Damage
(Double-sided tangential) (M'ds‘”;ays‘::)ugh

(Cutting Distance: 0.9m)

Work Material: S50C (With Holes)
Tool: DFC 09100RS 150m‘n\ 300mm
Insert: XNMU 060608PNER-G Grade: ACP300

Cutting Conditions: vc = 150m/min, ap = 3mm, ae = 50mm, Dry

(8) Wear resistance: Achieves long tool life thanks

to excellent wear resistance Comparison of cutting edge damage
0.20
Gompetitor's Product E DFC type: After 25 passes Competitor's Product E: After 10 passes Competitor's Product F: After 25 passes
Damage
0.15
Competitor's Product F
Chipping /

DFC type

Able to continue

Flank Wear Width (mm)
o o
& 5

5 2‘0 2 Small wear/Able to continue Fracture Large wear

No. of Passes (1 Pass = 0.3m)

Work Material: S50C Tool: DFC 09100RS Insert: XNMU 060608PNER-G Grade: ACP200 Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3mm, ae = 85mm, Dry

H118




SEC-Sumi Dual Mill

DFC s

B Applications and Recommended Chipbreakers

Face Milling Shoulder Milling Side Milling Helical Milling Ramping
Guidelines for Shoulder
Milling Conditions o
Maximum Radial Depth of Cut c S
aximum Radial Deptn of LU ——
G type: @& < 10% of cutter diameter 8’ g
GS type: a8 < 50% of cutter diameter »Q
@ @ Recommended Axial Depth of Cut @
ap = 3mm
Recommended Feed Rate x B B x
f2 < 0.2mm/t c Applications which
(for general steel) are not applicable g
B Product Range %
o) Dia. (mm) %
= Cat. No. Description Shape @
= 025 | 032 | 040 | 950 | @63 | @80 | 0100 | 6125 | 6160 | 200
DFC 09000R Standard Pitch 0/ 60 6§ 6 @ zZ
=c
DFC 09000RS Standard Pitch O 06 6 606 O 6 © 32
DFCM 09000R Fine Pitch Q@ 0 ® ® ®©
DFCM 09000RS Fine Pitch @ @ a @ m @ @
DFCF 09000R Extra Fine Pitch 0 ® © ®© o
DFCF 09000RS Extra Fine Pitch 0 0 0 ® @ ¢ D
DFC 09000E Standard Pitch O 6 6 60 6
DFCM 09000E Fine Pitch 0 0 600

Number in @® shows the number of teeth Inch Bore  “mark: Different diameter shanks in stock

M Insert Grades

The newly developed general-purpose ACU2500 grade suitable for

various work materials has now been released.

Lineup of Steel Milling Grades ACP100/ACP200/ACP300, Stainless

Steel Milling Grades ACM200/ACM300, Cast Iron Milling Grades

ACK200/ACK300 and more to suit a wide range of work materials.
B Chipbreaker Selection

Work Material m K ﬁ
Applications| Light Cutting ﬁﬁ{‘;ﬁﬁ’:&%‘jﬁﬁ%’ Shoulder Milling Heavy Cutting
I Heavy Side
Features L;Z”dﬁ'g:g:yo'fvgt’r‘rgs Face Miling [Shoulder Milling] ~ Miliing, ) _ _
Hardened Steel B Chipbreaker Selection Guide
L type G type GS type H type §
=
Chipbreaker g’ Light Cutting
s Heavy
% G y GS Cutting
u‘z General-purpose H
0.1mm 0.1mm 0.15mm £
Cutting Edge ‘ 3
Cross Section m30° 20° 20° 20° Cutting Edge Strength = Heavy

No Gap

H Insert Mounting Precautions

Make sure
there is
no gap

X

Gap

Place the insert face flat onto the cutter's insert pocket
and tighten the flat insert screw with the recommended

torque.
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SEC-Sumi Dual Mill

DFC 09000R(S

) type

Q

Rake Radial -9°
Angle Axial M 900 O
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Fig 3 Fig 4 Fi Fig 6
° O esus ¢ 9° bcsems °° Dosews
066.7 .
. DC DCSFM DCSFMS o DCB o, DCB
DCSFS  2JKWW o DOSFMS g DC S KW “h-014 Sk 4-018
%DQB. [N J'__ xlﬂV,\{V le afl [T n
of n_!K*ﬂw a o Jr. o l__ o a
£9 DI T © L3t ul 2 ! WO w
=+ P R + &) s W
53 ° Nl -
D3, 018 D1 D1 D1
D1 g%. DC D1 DC DC
o BOdy (Standard PItCh) Dimensions (mm)
é Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
s T &»| DC  |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |ofTeeth | (kg) g
8 DFC 09050RS ([ 50 41 40 22 10.4 6.3 20 18 11 4 0.3 1
Y 09063RS ([ 63 50 40 22 10.4 6.3 20 18 11 4 0.5 1
L 09080RS [ J ‘80 55 50 27 12.4 7 22 20 14 5 1.0 1
g o |© 09100RS ([ 100 70 50 32 14.4 8 32 46 — 6 1.4 3
= é = 09125RS ([ 125 80 63 40 16.4 9 29 52 29 7 2.8 1
23 09160RS ( 160 100 63 40 16.4 9 29 90 — 8 4.6 5
@ 09200RS ® 200 130 63 60 25.7 14 35 135 — 10 5.7 6
= DFC 09080R ([ ‘80 55 50 25.4 9.5 6 25 20 14 O 1.0 1
5 = 09100R ® 100 70 63 31.75 12.7 8 32 46 27 6 2.0 2
"_c'.' e 09125R ([ 125 80 63 38.1 15.9 10 35.5 55 30 7 2.8 1
o | 09160R ([ 160 100 63 50.8 19.1 11 38 72 — 8 3.6 4
25 09200R ® 200 130 63 47.625 25.4 14 35 135 — 10 6.0 6
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
v g m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (880: M12 x 30 to 35mm, 5100: M16 x 40 to 45mm).
g 98| Note: The values in red have been changed from the 2021-2022 General Catalogue.
3
2 Insert Dimensions (mm)
Grade Classification Coated Carbide
@ High-speed/Light Cutting| & | & | &l (K K] VE
2 | |Process| Medium Cutting <IN AR (K K]
& Roughing & £ K]
o [ o o
8 8 8 § § 8 § § § § Corner
Qo Cat. No. SIS a|a|a|g|X|X|s | = | R Fg _
= olo|l Q| |OQC |G| Q| O Q Q RE Fig 1
SE I | x| | < | < < < < < < RE
e g XNMU 060604PNER-L ®e &6 — & o6 &6 — o — o 04 |1
o« 060608PNER-L ® &6 — & &6 & — o — o o038 |1
s | XNMUOGOGOAPNER-G (@ (@ (@ © (@ (@ (@ (@ ® | ® 04 | . {
£ 060608PNER-G (@  ®© |/ @ @ © | ®©@ @ ©® o o 08 |1 2 =1
a3 060612PNER-G (@ (| @ | @ @6 © © © © o o 12 |1 r
o ;_“3 060616PNER-G ® &6 &6 &6 &6 & & o o6 o 16 {1 p ;
@: [ XNMUOGOG6O4PNER-GS  ®© | ©¢ © © o ©o ® | ® | 04 |1 : :
= 060608PNER-GS | ®© ([ @ | &6 © © O ® O 08 |1
£ 060612PNER-GS | @ ([ @ | &6 © © O ® | O 12 |1
£ 060616PNER-GS | ®© | @ | @ | @ © O ® o 16 |1
& | | XNMU 060608PNER-H e &6 &6 o6 6 & o o o o 03 |f
o 060612PNER-H ® &6 &6 o6 o6 o o o o o 12 {1
[ 060616PNER-H ® &6 &6 6 &6 o6 o o o o 16 |1 XNMUOB0G08PNER-H
o . . . .
55| Identification Code Recommended Cutting Conditions
Lo
rs Work Cutting Speed VC (m/min) | Feed Rate fz (mm/t) | DepthofCutap | Insert
zg D FC 09 050 R S 12 Material R ENRlTEES Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) i Grade
. . s General Steel| 180 to 280 HB 150 - 200 - 250 0.10 - 0.20 - 0.30 <6 ACU2500
Jg| SeriesCode Insert CutterDia. Feed Metric Mild Steel | < 180HB 180 - 250 - 350 015-0.25-035 | <6 | AP0
§ g Size Direction Bore Die Steel | 200 to 220 HB 100 - 150 - 200 0.10-0.18-0.25 <4 | XCUu2500
ol Stainless Steel - 160 - 205 - 250 012-0.18-025 | <6 |A<p230
3 S ACU2500
© % ACK200
Cast Iron 250HB 100 - 175 - 250 0.10-0.20 - 0.30 <6 | ACK300
XGKa000
i ACU2500
Exotic Alloy = 30 - 50 - 80 0.10-0.20 - 0.30 <6 ﬁgmggg
[ For shoulder milling, the GS type chipbreaker is recommended. Use at ae < 50% of cutter diameter and fz < 0.2mm/t. |
DTN 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.
Parts
Applicable Cutter Flat Insert Screw Integrated Wrench Han dIeDg:%chable WrenchBit Anti-seizure Cream
DC 250 to 125 — HPS1015 TRB15IP
Other than above |oF 17025121 €39 rpmise - - SUMI-P

H120

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-Sumi Dual Mill

(o o] @

EION Radial | -0° |

Angle Axial -5°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 DS Fig 3 Fig 4 Fig 5 DCSEMS Fig 6 DCSFMS
67 | 2101.6
& DCB | DCSFMS DCSFMS % %,DCB
DCSFMS xlmw 2. DCB a DC QWH 14 Sk 4-018
o DCB o Ql KWW QlM?s o N
Sk &4 . a a o
n_! 7jw @ o jr_ a i__ m o & 2
DI i S 58 L wl 9 © 5|0 w |22
8 E ] A O} T - o w o 5'
|1 T - a @
D2 - elg] - DI D1 D1 )
D1 B%, DC D1 DC DC
DC 4>DC oc
BOdy (Fine PItCh) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight E g
T b DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9 %
DFCM 09050RS (@ 50 41 40 22 10.4 6.3 20 18 11 5 0.3 1 =
09063RS (@ 63 50 40 22 10.4 6.3 20 18 11 6 0.5 1 &
o 09080RS (®| 80 55 50 27 12.4 7 22 20 14 7 09 |1
© 09100RS (@ 100 70 50 32 14.4 8 32 46 = 8 1.4 3| = @
= 09125RS (@ 125 80 63 40 16.4 9 29 52 29 11 2.7 1 = g
09160RS ®| 160 100 63 | 40 16.4 9 29 90 — 12 45 |5/ 3%
09200RS |®| 200 130 63 60 25.7 14 35 135 — 16 5.6 6 -
DFCM 09080R ([ J ‘80 55 50 25.4 9.5 6 25 20 14 7 0.9 1
- 09100R ® 100 70 63 31.75 12.7 8 32 46 27 8 1.9 2
Q 09125R ® 125 80 63 38.1 15.9 10 395 55 30 11 2.7 1
- 09160R ® 160 100 63 50.8 19.1 11 38 72 — 12 3.5 4
09200R ® 200 130 63 47.625 25.4 14 35 185 — 16 5.9 6

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting| & | & (KRN K] VE
Process| Medium Cutting | & | & (KN K] VERZ
Roughing & K]
Ltg) § 8 8 8 § 8 8 § § Corner
Cat. No. SR g % g g % g s | =S F‘;"E“S Fig Fio 1
2121|2222/ |2 % 9
XNMU 060604PNER-L ® 6 — o o o — o — e o044 |1
060608PNER-L ® &6 — o o o — (o — o o038 |1
XNMU 060604PNER-G ® &6 o o o o o o o o 04 |1 .
060608PNER-G ® &6 o6 o o o o o o o o038 |1 = .
060612PNER-G ® &6 o o o o o o o o 12 |1
060616PNER-G ® © & o o o o o o o 16 |1 1 "‘6 ;
XNMUOG060O4PNER-GS | @ | © © © (& o ® | @ 04 |1 e e
060608PNER-GS | © | © © © © o ® | @ | 08 |1
060612PNER-GS | ©¢ | © © © ©o © ® @ 12 |1
060616PNER-GS | @ | © (@ © © ©o ® | @ | 16 |1
XNMU 060608PNER-H ® &6 o o o o o o o o 038 |1
060612PNER-H ® 6 o o o o o o o o 12 |1
060616PNER-H ® & o & o o o o o o 16 |1 XNMU0B60608PNER-H

Identification Code Recommended Cutting Conditions

Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) | DephofCutap | Insert
DFC M 09 050 R S o Material RETRIEES Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) | Grade

General Steel | 180 to 280 HB 150 - 200 - 250 0.10 - 0.20 - 0.30 <6 |ACU2500
ACP200

)
m
)

Series Code  Fine Insert  Cutter Dia. ~ Feed = Metric Mild Steel | < 180HB 180-250-350 | 0.15-0.25-0.35 | <6 |Ah299
Pitch Size Direction Bore Die Steel | 200t0220HB | 100-150-200 | 0.10-0.18-0.25 | <4 |XCU2500
Stainless Steel - 160-205-250 | 0.12-0.18-0.25 | <6 |ASU2500
ACU2500
ACK200
Cast Iron 250HB 100-175-250 | 0.10-0.20-0.30 | <6 |ACK300
XCU2500
XCK2000
: AGU2500
Exotic Alloy - 30 - 50 - 80 010-0.20-0.30 | <6 |AGM200
ACM300

‘For shoulder milling, the GS type breaker is recommended. Use at ae < 50% of cutter diameter and fz < 0.2mm/t.‘
Parts 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.

) Detachable Wrench L
Applicable Cutter Flat Insert Screw Integrated Wrench Handle Grip Bit Anti-seizure Cream
DC 250 to 125 — HPS1015 TRB15IP
Other than above  |©" 1 X03512IP @3'0 TRDR15IP — — SUMI-P

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H1 21



SEC-Sumi Dual Mill

DFCF 09000R(S) type

Q

Rake Radial -9°
Angle Axial M 900 O
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Fig 3 Fig 4 ig5 DCSEMS Fig 6 DCSFMS
o BgSFMS 066.7 0101.6
DCSFMS DCSFMS o DCB o, DCB
DCSFMS 2 KW 2 bC aDCB SR s-014 QK ] 4-018
&0ce 7 ot QK Oy ot 1] o
of le,WW Q o = o
€0 arttF e | w| &l o l'-—L o 8
£8 BT AT © 52T Lul & 58 5
— = m " | L 1T 4| m —
=5 O — ] O, s w
4 -
3] ;
D2 alf D1 D1 57
D1 | Dz | DC DC DC
DC D1 %
DC
- BOdy (Extra Fine PItCh) Dimensions (mm)
é Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number We|ght El
s T ) DC DCSFMS L[F DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
& DFCF 09050RS (@ 50 41 40 22 10.4 6.3 20 18 11 6 0.3 1
& 09063RS @ 63 50 40 22 10.4 6.3 20 18 11 7 0.5 1
g 09080RS |@ ‘80 55 50 27 12.4 7 22 20 14 9 0.9 1
g o | © 09100RS @ 100 70 50 32 14.4 8 32 46 — 11 1.3 S
3£ |2 09125RS |®| 125 80 63 | 40 16.4 9 29 52 29 14 26 |1
> = 09160RS |@ 160 100 63 40 16.4 9 29 90 — 16 4.5 5
09200RS |@ 200 130 63 60 25.7 14 35 135 — 20 5.5 6
= DFCF 09080R ([ ‘80 ©85) 50 25.4 5] 6 25 20 14 9 0.9 1
5 = 09100R ® 100 70 63 31.75 12.7 8 32 46 27 11 1.9 2
"_c'-' 2 09125R o 125 80 63 38.1 15.9 10 35.5 59 30 14 2.7 1
= 09160R ([ 160 100 63 50.8 19.1 11 38 72 — 16 3.5 4
x 09200R [ J 200 130 63 47.625 25.4 14 35 135 — 20 5.8 6
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
n g @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (880: M12 x 30 to 35mm, 100: M16 x 40 to 45mm).
g g- Note: The values in red have been changed from the 2021-2022 General Catalogue.
= Insert Dimensions (mm)
Grade Classification Coated Carbide
2 High-speed/Light Cutting | & | B (KN K] Ve
T |Process| Medium Cutting | & | & (KN K] VERE
& Roughing & 21 K] VE
§ § 8 8 8 8 8 8 8 8 Corner
- N o | || o | 8| )
8 o Cat. No. C:\)' = % % % g (% é s | S RE:ES Fig o
= i
5 S IRl || |R|1|< |2 ° RE
E & | XNMU 060604PNER-L ®e &6 — o o & — o — o 04 |1
060608PNER-L ® &6 — o & o o o o003 |1
» 2| | XNMU 060604PNER-G ® 6 & & o o o o o o 04 |1 -
£ 06060SPNER-G | ®© | ®© | © ([ @ ©¢ © © @ | ® o o038 |1 e =
39 060612PNER-G | ® | © | @ ([ @6 © © © o o o 12 1 r
S22 060616PNER-G ® &6 &6 o o o6 o o o o 16 |1 b o
®r= | XNMU O60604PNER-GS | ®© (| ® (@ (@ | ® | © ® | ® | 04 (1 : :
= 060608PNER-GS | ®© | ®© © © ©o o ® | @ | 08 |1
5 060612PNER-GS | ®¢  ©®© © © ©o © ® | ® | 12 (1
E 060616PNER-GS | @ © © o ©o o ® | ® | 16 |1
£ | XNMU 060608PNER-H ® 6 & o o6 o o o o o o038 |1
© 060612PNER-H ® 6 o6 o o o o o o o 12 |1
4 060616PNER-H ® &6 o6 &6 & o6 o o o o 156 |1 XNMU060608PNER-H
Lo e . . .
8 £ ldentification Code Recommended Cutting Conditions
€= Work Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) | DephofCutap | Insert
z° D FC F 09 050 R S EY Material A Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) | Grade
= ) - ) - General Steell 180 to 280 HB 150 - 200 - 250 0.10 - 0.20 - 0.30 <6 |ACU2500
gg SeresCode  Bxtra —nsert  CulterDia. Feed Metric Mild Steel | < 180HB 180-250-350 | 0.15-0.25-0.35 | <6 |A3ha00
== Fine Pitch  Size Direction Bore Die Steel | 200 to 220 HB 100 - 150 - 200 0.10-0.18 - 0.25 <4 |XCU2500
3 2 Stainless Steel = 160-205-250 | 0.12-0.18-0.25 | <6 |ASY2500
o2 ACU2500
I ACK200
Cast Iron 250HB 100 - 175 - 250 0.10 - 0.20 - 0.30 <6 |ACK300
XCU2500
XCK2000
Exotic — 30 - 50 - 80 0.10-020-0.30 | <6 |AGMZ00
Alloy ACM300
‘For shoulder milling, the GS type breaker is recommended. Use at ae < 50% of cutter diameter and fz < 0.2mm/t. ‘
Parts 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.
. Detachable Wrench -
Applicable Cutter Flat Insert Screw Integrated Wrench Handle Grip Bit Anti-seizure Cream
DC 250 to 125 — HPS1015 TRB15IP
Other than above BFTX035121P @3'0 TRDR15IP — — SUMI-P

H122

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-Sumi Dual Mill

IO Radial | -9° |
Angle Axial -5° m ‘ O

Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling

Identification Code Recommended Cutting Conditions

Work Cutting Speed vc (m/min) | Feed Rate fz (mm/t) | DepthofCutap | Insert
D FC M 09 025 E Y Material REIEITEES Min. - Optimum - Max. | Min. - Optimum - Max. | (mm) | Grade

Fig 1 Fig 2
~ I ~
Q s Q s
s s
LH o5
LF LF 3 cg
BOdy (Standard PItCh) Dimensions (mm)
Cat. No. g I;IaC DS:\jIHI{(/I ij overaﬂ;e"g‘h Number of Teeth  |Fig
DFC 09025E (] 25 25 40 120 2 1 =
09032E ) 32 32 50 130 2 1] 8§
09040E ° 40 32 50 130 3 2| =
09050E o 50 32 50 130 3 2| =
09050E-42 50 42 50 150 3 2| 3
09063E [ 63 32 50 130 4 2
09063E-42 63 42 50 150 4 2| 22
09080E ° 80 32 50 130 5 2| E2
09080E-42 80 42 50 150 5 2| 3 g
BOdy (Fine PltCh) Dimensions (mm)
Cat. No. g SE I;:\jlnll\K/I ij OveraﬂlL:e"gth Number of Teeth |Fig
DFCM 09032E [ ] 32 32 50 130 3 1
09040E [ ) 40 32 50 130 4 2
09050E ([ J 50 32 50 130 5 2
09050E-42 50 42 50 150 5 2
09063E [ ] 63 32 50 130 6 2
09063E-42 63 42 50 150 6 2
09080E o 80 32 50 130 7 2
09080E-42 80 42 50 150 7 2
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification - Coated Carbide
High-speed/Light Cutting | & | &% | W (K K] M4
Process| Medium Cutting | & | & | B | #u [KHNK] Z
Roughing & P K]
§ § 8 8 8 § 8 8 § § Corner
Cat. No. S| g g é’ g % | S| 2| rauis |Fig fio 1
QIR | <|<|<|R|< 21212 R 9 RE
XNMU 060604PNER-L ® & — o o o — o — o 04 |1
060608PNER-L ® & — o & o — o — o o038 |1
XNMU 060604PNER-G ® & & o6 o o o o o o 04 |1 -
060608PNER-G ® & o o o o o o o o o038 |1 = r =
060612PNER-G ® & & o o o o o o o 12 |1
060616PNER-G ® & & o6 o o o o o o 16 |1 p '6 )
XNMUOGO604PNER-GS | ©¢ © © o o (o ® O 04 |1 - -
06060SBPNER-GS  ®© © © o o o ® O | 038 |1
060612PNER-GS @ © © o o o ® | O 12 |1
060616PNER-GS @ © © o o o ® O 16 |1
XNMU 060608PNER-H ® &6 & o6 o o o o o o o3 |1
060612PNER-H ® & o o6 o o o o o o 12 |1
060616PNER-H ® ©®© & o o o o o o o 16 |1 XNMUO060608PNER-H

General Steel| 180 to 280 HB 150 - 200 - 250 0.10 - 0.20 - 0.30 <6 ACU2500
AGP200

Series Code  Fine Pitch  Insert Cutter Shank type Mild Steel | < 180HB 180-250-350 | 0.15-0.25-0.35 | <6 | A%R200
Size Dia. Die Steel | 200 to 220 HB | 100-150-200 | 0.10-0.18-0.25 | <4 | XGU2500
Stainless Steel - 160-205-250 | 0.12-0.8-0.25 | <6 |ASU2500
ACU2500

Parts Cast| 250HB 100-175-250 | 0.10-0.20 - 0.30 6 | AGK300
Flat Insert Screw | Wrench |Anti-seizure Cream astiron T CETEETE < L1320

XCK2000

. ACU2500
@ (Nm / f Exotic Alloy| — 30-50-80 0.10 - 0.20 - 0.30 <6 ACM200
ACM300

BFTX03512IP | 3.0 TRDR15IP|SUMI-P | For shoulder milling, the GS type breaker is recommended. Use at ae < 50% of cutter diameter and fz < 0.2mm/t. ‘
- DTN 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.

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) H1 23



VIDEO OF =

CUTTING

M Features

@ Excellent Machined Surface Quality
Adopts ground type insert for high accuracy to realise
excellent machined surface quality.
@ Cutting Edge Designed for High Cutting Edge Strength
and Sharpness
Adopts tangential insert and optimised cutting edge shape
to achieve both high cutting edge strength and sharpness.
@ Wide Ranging Product Lineup
An enhanced lineup of grades is available in addition to
2 types of insert sizes and 3 types of chipbreakers.
Can be used for a wide variety of machining applications.
@ Applicable to Various Work Materials

In addition to the general-purpose grade ACU2500, the new-
generation coated carbide grades XCU2500/XCK2000 are now
available.

Applicable to various work materials such as steel, stainless
steel, cast iron, and exotic alloys.

Milling
Cutters

Face Milling

Shoulder
Milling

M Product Range (Face Mills)

of e Dia. (mm)
= cat. No. Description 016|220|025|032 |040|050|263 |80 |0100|0125|0160(0200|0250/0315 Shape
I TSX 08000RS/LS Standard Pitch 00600
TSX 08000R/L Standard Pitch (7
TSXF 08000RS/LS Extra Fine Pitch (6 3K 8 JT1 0)(1 1)
TSXF 08000R/L Extra Fine Pitch ®
TSX 13000RS/LS Standard Pitch 00606060006 edo
I TSX 13000R/L Standard Pitch 0000 OD
TSXM 13000RS/LS | Fine Pitch 060000 DERDBD2
TSXM 13000R/L Fine Pitch Q0 0edD2D
TSXF 13000RS/LS | Extra Fine Pitch 0000 DYPHd
TSXF 13000R/L Extra Fine Pitch s Y o)< YK 6}
TSX 08000E standariPitch || O |©|© O OO @
TSXF 08000E Extra Fine Pitch 006066 Dd
TSX 13000E Standard Pitch 00600606
TSXM 13000E Fine Pitch 000600
I TSXF 13000E Extra Fine Pitch 00006
Number in @® shows the number of teeth  [=]Inch Bore  *mark: Different diameter shanks in stock
I B Product Range (Repeaters)
ol Dia. (mm)
= Gat. No. 220|025 032|040 50 263 280 | o100 |0125 Shape
I TSXR 08000RS 0060 06
TSXR 13000RS ® 6 000006000
TSXR 08000E 0060606
TSXR 13000E (2 JI 3

Number in @® shows the number of teeth

H124



B Shoulder Milling Precision High accuracy insert and cutting edge shape optimised to realise excellent wall precision

N

v/
W

1st Step
Depth
of Cut
(5mm)

Shoulder Height (mm)
oo

N
/l

= TSX|

0

-
i Compeft
=S

2nd Step
Depth
of Cut
(5mm)

series ﬂ

'sPoditA 3rd Step

- CompeliorsPodict

-80 -60 -40

20 0 20 40 60
Deviation (pm)

80

Depth
of Cut
(5mm)

]
Cutting Width 5mm

Machine:
Tool:

Vertical Machining Centre BT50, Work Material: S50C
TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)

Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 5mm x 3 Passes, ae = 5mm, Dry

B Machined Surface Roughness

Cutting edge shape optimised to realise excellent machined surface roughness

8.00

G

7.00

6.00

5.00

4.00

3.00

2.00

Machined Surface Roughness (pm)

1.00 -
0

TSX series Competitor's Competitor's

ProductC  Product D

TSX series Competitor's Competitor's

Product C

Product D

Machine:
Tool:

Vertical Machining Centre BT50, Work Material: S50C
TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)
Cutting Conditions: vc = 200m/min, fz = 0.2mm/t, ap = 3mm, ae = 60mm, Dry

B Cutting Edge Strength

TSX type has high cutting edge strength and enables high-efficiency machining

Machined Surface Comparison

Bunpn

o
c
~
[=g
2]
-
[72]

Bujin 9oe4

Bulin
lsp|noys

TSX type
Without
Cloudiness

Competitor's
Product
Cloudy

1 Pass = 300mm

Cutting Length

4 Passes

8 Passes

1 2 Passes

TSX series

CGompetitor's Product F

Machine:
Tool:

Vertical Machining Centre BT50, Work Material: S50C
TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)
Cutting Conditions: vc = 150m/min, fz = 0.6mm/t (Accelerating),

ap = 3mm, ae = 40mm, Dry

\
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M Tool Life Excellent Wear Resistance Realises Stable Tool Life

0.14
0.12 Competitor's ProductA——— TSX type
o?® / (After cutting for 60 minutes)
c 1SS
= £ .
s 8 c Competitor's Product B
g 0.08
§
= 006 TSX-series—
& M
w
0.04 : '
o Competitor's Product A
E 0.02 (After cutting for 48 minutes)
[}
o
& 1 1 1
0 20 40 60
o Cutting Time (min)
32
32 .
£2 Competitor's Product B
Machine: Vertical Machining Centre BT50, Work Material: S50C (After cutting for 60 minutes)
Tool: TSX 08025E, Insert: LNEX 080408PNER-G (ACP200)
Cutting Conditions: vc = 200m/min, fz = 0.1mm/t, ap = 2mm, ae = 5mm, Dry

B Applications
Face Milling Shoulder Milling Side Milling

Groove Milling Hole Expansion Milling

_—

S

*@32mm or Less Recommended

Plunge M|”|ng * Hehcal M|”|ng amplng

p—

H126




B Chipbreaker Selection

Work Material

PIVR<NS

Applications

Light Cutting, Low Rigidity Milling and

Reduction of Burrs

General-purpose to
Interrupted Milling

Heavy Cutting, Heavy Side Milling
and Hardened Steel Milling

Non-Ferrous Metals

LNEX13 type

Features Low Cutting Force General-purpose type High Strength type High Rake type
L type G type H type S type
Chipbreaker
LNEX08 type ag° 15° ) .
Cross Section N Not Available 35
0.15mm 0.2mm

Cross Section

21°

21°

B Product Range

Corner Radius RE (mm)

Cat. No. 04 0812 16 ] 20] 24] 32
LNEX 080400OPNER/L-L | @ () [ ) ([ — — | —
LNEX 080400OPNER/L-G | @ () [ ) ([ — — | —
LNEX 080400OPNFR/L-S — - | =
LNEX 1306 00PNER/L-L | @ () o ® o () [
LNEX 1306 00PNER/L-G | @ () [ ® ® o [ J
LNEX 1306 COPNER-H ([ ] () ([ o ([ o o
LNEX 1306 0O0OPNFR/L-S

B Chipbreaker Selection Guide

Cutting Edge Sharpness — Good

S

Non-Ferrous
Metals

Light Cutting

G

General-purpose

Heavy
Cutting

H

sJ911n)
Bunpn

Cutting Edge Strength = Heavy

Bujin 9oe4

Bulin
Jep|noys

H127



Steel Cast Iron ¥ Exotic Alloy

Rake 8 .
N Axial & 90 O

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Fig1  _ DCSFMS
o .DCB__
e KWW
1 7
(2] %A
o 2l
é -8 OV TR
—_ "5 |
=43)
pr—u
-
<Dl
DC Figure shows right-handed (R) tool.
o BOdy (Standard PItCh) Dimensions (mm)
é Cat. No Stock Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
s ’ ) R|L DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
8 TSX 08040RS/LS |® 40 33 40 16 8.4 5.6 18 14 9 4 0.21 |1
& ;;’ 08050RS/LS |® 50 41 40 22 104 6.3 20 18 11 5 0.30 |1
§ 08063RS/LS |@® 63 50 40 22 10.4 6.3 20 18 11 6 0.53 |1
g o 08080RS/LS |® ‘80 5B 50 27 12.4 7.0 22 20 14 7 099 |1
§ é S TSX 08080R/L [ J ‘80 55 50 25.4 9.5 6.0 25 20 14 7 1.00 |1
£= | £
@ Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
BOdy (Extra Fine PItCh) Dimensions (mm)
Cat. No Stock Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number| Weight Fi
’ ’ R|L DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
o TSXF 08040RS/LS | @ 40 33 40 16 8.4 5.6 18 14 9 6 0.21 |1
= 08050RS/LS |® 50 41 40 22 10.4 6.3 20 18 11 8 0.31 |1
§ 08063RS/LS |® 63 50 40 22 10.4 6.3 20 18 11 10 0.54 |1
08080RS/LS |® ‘80 55 50 27 12.4 7.0 22 20 14 11 097 |1
5 TSXF 08080R/L [ ‘80 55 50 25.4 9.5 6.0 25 20 14 11 0.98 |1
c

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

Parts Identification Code
Flat Insert Screw | Wrench |Ant-seizure Oream TSX F 08 050 R S
@ @ /ﬁ % Series Code Extra  Insert Dia.  R:Right- Metric
Fine Pitch Size Hand Bore

BFTX0308IP | 2.0 [TRDRO8IP|SUMI-P L: Left-
Hand

H1 28 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

TSX(F) ( P K|S

- The above recommended cutting conditions may require adjustment depending on
machine rigidity and workpiece rigidity.
- The above figures are guidelines for use with BT40 machine tools.

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | B (K K] 74 [N}
Process| Medium Cutting | & | & | W | 74 (KK 4 [N] [N] (o
Roughing | K] EE
o | o o =
RI81818185I8181818| 5 | B || -
Cat. No. SI9alala|lg(x (XSS 9 § Radis IFig| g 1 RE
33|2(9]9]8|2/8|2|2 8 | RE || mones -

LNEX 080404PNER-L | ©® | @ [ BN AN AN BN BN AN J — — 04 |1
080408PNER-L © © [ BN NN AN BN NN AN J = = 0.8 |1
080412PNER-L ©® © ([ J o [ BN AN ) — — 1.2 |1 -
080416PNER-L | ®  ©® [ J [ J [ K 2K ) = = 16 |1 m §

LNEX 080404PNER-G © © © © © © © © 0 © — — 04 |1 =
080408PNER-G | © © ©¢ ©¢ ©¢ ©¢ ©¢ © © © = = 0.8 |1 d& %
080412PNER-G | © © © & © ©¢ © © © © — — 1.2 |1 » @
080416PNER-G | © © © © © ©¢ @ © © © = = 16 |1 :

LNEX 080402PNFR-S | — | — [ —|—|—[—|—|—|—|— 02 [1 g%
080404PNFR-S |— |— | —|—|—|—|—|—|—|— 0.4 |1 %g
080408PNFR-S | — | — |—|—|—|—|—|—|—|— 0.8 |1 <°§
080412PNFR-S |— | — |[—|—|—|—|—|—|—|— 1.2 |1
080416PNFR-S | — | — |—|—|—|—|—|—|—|— 16 |1

LNEX 080404PNEL-L ° ° — — |04 |2 Tﬁ
080408PNEL-L [ J o — — 0.8 |2
080412PNEL-L o o = = 12 |2
080416PNEL-L (] [ J — — 16 |2

LNEX 080404PNEL-G o { AN ] o = = 0.4 |2 44
080408PNEL-G o [ BN J o — — 0.8 |2
080412PNEL-G ( J [ BN ) = = 12 |2
080416PNEL-G [ J [ 2K J — — 16 |2

LNEX 080402PNFL-S | — |[—|—|—|—|—|—|—|—|— 02 |2
080404PNFL-S |— | — |—|—|—|—|—|—|—|— 04 |2
080408PNFL-S |— | — |—|—|—|—|—|—|—|— 0.8 |2
080412PNFL-S |— | —|—|—|—|—|—|—|—|— 12 |2
080416PNFL-S | — | — |—|—|—|—|—|—|—|— 16 |2

Recommended Cutting Conditions I

) Cutting Speed vc (m/min)|  Feed Rate fz (mm/t) Insert

IS0}Work Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
18010 280HB | 150- 225 -300 | 0.08- 0.20 -0.30 |ACU2500 I

Carbon Steel ACP100

> 280HB 75- 150 -230 0.08- 0.20 -0.30 |ACP200

ACP300

Alloy Steel | 180to280HB | 100- 175 -250 | 0.08- 0.15 -0.25 | xCU2500

A - - _ _ ACU2500

Stainless | 220 to 280HB 90- 135 -180 | 0.08- 0.15 -0.25 frctyrons

Steel > 280HB 75- 125 -170 | 0.08- 0.15 -0.25 | ACM300

ACU2500

Cast Iron/ ACK200

Ductile Cast 250HB 150- 175 -250 0.08- 0.20 -0.30 | ACK300
Iron XCU2500 I

XCK2000

ACU2500

Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15 | ACM200
ACM300 I

@ mark: Standard stocked item (new product/expanded item) H1 29
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o

€0
e
=5
=13)

Face Milling

Shoulder
Milling

Steel Cast Iron |8 Exotic Alloy

Rake -Fladial _—23° to -15°
Angle Axial -6° W ‘ O
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 Fig 6 oSS
DCSFMS 0177.8
DCSFMS DCSFMS DCSFMS DCSFMS 01016 (*1) 0101.6
5| o™ B e 8 o™ 5™ 8 o™ B e O WO
xl %W Xi KWW‘ xl Kww xl KWW‘ xl Kw 4-018 ('2) xl 4-022
: IR IR IR 1 IR }
D2 -l D3 D1 D1 D1 D1
be D1 For TSX 13160RS . )
_oc | 1:066.7 - 4014  Figure shows right-handed (R) tool.
BOdy (Standard PItCh) Dimensions (mm)
Cat. No. Stock Dia. Boss Height Hole Dia. [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Bolt Number Weight Flg
R|L DC |DCSFMS| LF DCB KWW KDP CBDP D1 D2 D3 of Teeth | (kg)

TSX 13040RS/LS (@ 40 33 40 | 16 8.4 5.6 18.0 14 9 — 3 0.20 | 1
13050RS/LS (@ 50 41 40 | 22 10.4 6.3 20.0 18 11 — 4 0.30 | 1
13063RS/LS (@ 63 50 40 |22 10.4 6.3 20.0 18 11 — 5 0.50 | 1

o 13080RS/LS | ® ‘80 55) 50 |27 12.4 7.0 22.0 20 14 — 5 0.92 | 1

b= 13100RS/LS (@ 100 70 50 |32 14.4 8.0 32.0 46 — — 6 135| 3

% 13125RS/LS (@ 125 80 63 | 40 16.4 9.0 29.0 52 29 = 7 255 | 1
13160RS/LS (@ 160 130 63 | 40 16.4 9.0 29.0 90 — — 8 497 | 5™
13200RS/LS |@® 200 160 63 | 60 25.7 14.0 35.0 135 — — 12 6.20 | 5
13250RS/LS (@ 250 180 63 | 60 25.7 14.0 35.0 160 — — 14 9.35| 5
13315RS/LS (@ 315 240 63 | 60 25.7 14.0 35.0 230 — - 16 | 1642 | 6

TSX 13080R/L [ ] ‘80 55 50 | 254 9.5 6.0 25.0 20 14 — 5 0.93 | 1

13100R/L [ 100 70 63 | 31.75 12.7 8.0 32.0 46 27 18 6 1.88 | 2
= 13125R/L [ ] 125 80 63 | 38.1 15.9 10.0 35.5 55 30 — 7 261 | 1
e 13160R/L [ 160 100 63 | 50.8 19.1 11.0 38.0 72 — — 8 418 | 4
- 13200R/L [ ] 200 160 63 | 47.625 | 25.4 14.0 35.0 135 — — 12 6.36 | 5
13250R/L [ 250 180 63 | 47.625 | 254 14.0 35.0 160 — — 14 9.60 | 5
13315R/L [ 315 240 63 | 47.625 | 25.4 14.0 35.0 230 — — 16 | 16.68 | 6

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).

Identification Code

TSX 13 100 R S

Series Code Insert Size

Parts

Dia.

R: Right- Metric
Hand

Bore

L: Left-
Hand

Applicable Cutter

Shim

Flat Insert Screw

Integrated

Detachable Wrench

Wrench

Anti-seizure
Cream

g

&

G

/

Handle Grip Bit

/

i

TSX 13040RS/LS
TSX 13050RS/LS
TSX 13063RS/LS
TSX 13080RS/LS
TSX 13100RS/LS
TSX 13125RS/LS
TSX 13160RS/LS
TSX 13200RS/LS
TSX 13250RS/LS
TSX 13315RS/LS
TSX 13080R/L
TSX 13100R/L
TSX 13125R/L
TSX 13160R/L
TSX 13200R/L
TSX 13250R/L
TSX 13315R/L

TSXS13R/L

TSXS13R/L

BFTX03510IP

3.0

HPS1015

TRB15IP

TRDR15IP

HPS1015

TRB15IP

TRDR15IP

SUMI-P

H1 30 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

TSX 1

P

Steel

Cast Iron | Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catice | DLC
High-speed/Light Cutting | & | Em [KJIK] [N]
Process| Medium Cutting | & | & (K K] 4 [N] [N]
Roughing & B (K] o=
8 8 8 8 8 8 8 8 8 8 8 Corner § §
Cat. No. N181a|EE8(218|5|3 § | "o |Fig 33
212|2|2|2|2/2|2|2|% a | R
LNEX 130604PNER-L ©® | @ [ BN AN AN BN BN AN J — 04 |1
130608PNER-L (® | ® [ BN BN AN BN NN AN J = 0.8 |1
130612PNER-L (@ | ® o [ J [ BN 2K ) — 1.2 |1
130616PNER-L | ® | ® o o [ BN BN ) — 1.6 |1
130620PNER-L (| ® | ® (] o [ BN 2K ) 20 |1 o
130624PNER-L (@ | ® ([ J [ ) [ BN AN ) = 24 |1 ?
130632PNER-L | ® | ® [ @ [ JK 2K J — 3.2 |1 E
LNEX 130604PNER-G © © © © © © © © 0 © = 04 |1 5
130608PNER-G |® (@ ([ @ @ @ © © 0 0 © — | 08 |1 -
130612PNER-G ©® © © © © & © & & © — 1.2 |1 »
130616PNER-G ® ©®© © ©¢ © ©¢ & & & © — 1.6 |1 Fig 1 Eg
130620PNER-G © ([ ®© © © © © & © © © = 20 |1 (Right-Hand) g' o
130624PNER-G © © © © © & © & & © — 24 |1 ©
130632PNER-G @ © ©¢ © © 6 & & & © — 32 |1
LNEX 130604PNER-H ©® | @ [ BN BK AN BN J — 04 |1
130608PNER-H ® | ® ( BN BN AN BN J — 0.8 |1
130612PNER-H | ® | ® [ BN BK AN BN J — 1.2 |1 ©
130616PNER-H | ® | ® ( BN BN AN BN J = 1.6 |1 o
130620PNER-H ([ ® | ® [ BN BK AN BN J — 20 |1
130624PNER-H ([ @ | ® ( BN BN AN BN J = 24 |1 X
130632PNER-H | @ | ® (I K 2K 3K J — 3.2 |1
LNEX 130602PNFR-S | — [—|—|—|—|—|—|—|—|— 02 |1 .
130604PNFR-S | — | —|—|—|—|—|—|—|—|— 04 |1 Egﬂ?Handri*
130608PNFR-S | — | — | —|—|—|—|—|—|—|— 08 |1
130612PNFR-S | — | — | —|—|—|—|—|—|—|— 1.2 |1 e
130616PNFR-S | — | — | —|—|—|—|—|—|—|— 1.6 |1
130620PNFR-S | — | —|—|—|—|—|—|—|—|— 20 |1
130624PNFR-S | — | — | —|—|—|—|—|—|—|— 24 |1
130632PNFR-S | — | —|—|—|—|—|[—|—|—|— 32 |1 o
LNEX 130604PNEL-L ° ° — |04 |2 v
130608PNEL-L o o — 08 |2 X
130612PNEL-L ([ J [ J = 12 |2 ‘
130616PNEL-L o [ ] — 16 |2 ‘
130620PNEL-L o [ ] i 20 |2
130624PNEL-L ([ J o — 24 |2
130632PNEL-L [ J [ J = 32 |2
LNEX 130604PNEL-G ([ J [ BN ) [ ] — 04 |2
130608PNEL-G ( J [ BN ) o = 08 |2
130612PNEL-G o [ BN J — 12 |2
130616PNEL-G o [ BN ) i 16 |2
130620PNEL-G ([ J [ BN ) — 20 |2
130624PNEL-G o [ BN ) = 24 |2
130632PNEL-G o [ 2K J — 32 |2
LNEX 130602PNFL-S | — |[—|—|—|—|—|—|—|—|— 02 |2
130604PNFL-S | — | —|—|—|—|—|—|—|—|— 04 |2
130608PNFL-S | — | —|—|—|—|—|—|—|—|— 0.8 |2
130612PNFL-S |— |—|—|—|—|—|—|—|— | — 12 |2
130616PNFL-S | — | —|—|—|—|—|—|—|—|— 1.6 |2
130620PNFL-S | —|—|—|—|—|—|—|—|—|— 20 |2
130624PNFL-S |— |—|—|—|—|—|—|—|—|— 24 |2
130632PNFL-S | — |—|—|—|—|—|—|—|—|— 32 |2
Recommended Cutting Conditions
) Cutting Speed vc (m/min)|  Feed Rate fz (mm/t) Insert ) Cutting Speed vc (m/min)|  Feed Rate fz (mm/t) Insert
ISO|Work Material)  Hardness Min. - Optimum - Max. | Min. - Optimum - Max.| Grade IS0|Work Material - Hardness Min. - Optimum - Max. | Min. - Optimum - Max.| Grade
Garbon Stoel 18010 280HB 150- 225 -300| 0.10- 0.30 - 040 Qggfggo Cast Iron/ ﬁgggggo
> 280HB 75-150 -230| 0.10- 0.30 - 0.40 | ACP200 Ductile Cast 250HB 150- 175 -250| 0.10- 0.30 - 0.40 | ACK300
Alloy Steel {180 to 280HB| 100- 175 -250 | 0.10- 0.25 -0.35 Qgﬁgggo Iron igggggg
Stainless |220to 280HB| 90- 135 - 180 0.10- 0.20 - 0.30 | ACU2500 , ACU2500
ACM200 Exotic Alloy - 30- 60 -90 |0.10- 0.15 -0.20 | ACM200
Steel > 280HB 75-125-170| 0.10- 0.20 - 0.30 | ACM300 ACMB300
m . 'ghe abc?ve recomm;nde_d %l_Jttting é:ondiﬁio.ns may dr_etquire adjustment
epenaing on machine rigidity and workpliece rigiaity. - i R
. Thg abovéJ figures are gui%eliri/es for use F\ivith B'?SO%nachine tools. ® mark: Standard stocked tem (new product/expanded item) H1 31



(2]
o

€0
e
=5
=13)

Face Milling

Shoulder
Milling

Steel Cast Iron |8 Exotic Alloy

Rake -Fladial _—23° to 15°
I Axial 6 120 90° ‘ O
Face Miling ~ ShouderMilng ~ Groove Miling ~ Side Milling
Fig 1 Fig 2 Fig 3 Fig 4 Fig 5 Fig 6 boSFMS
DCSFMS 0177.8
DCSFMS DCSFMS DCSFMS DCSFMS 01016 (1) 0101.6
B e 5| ™ B e 8 o™ 5] ‘ B e O WO
Ki wa‘ xl KWV\T Ki KWV\‘I xl Kw Xl Qv»vv‘ 4018(2) xl V\f 4-022
: : . : : :
&} " O " 2 N &} " &} " [} .
D2 D3 D1 D1 D1 D1
> 0 For TOXM 13150R%  Figure shows right-handed (R) tool.
BOdy (Fine PItCh) Dimensions (mm)
Cat. No Stock Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Bolt Number W9Ight Flg
T R|L DC |DCSFMS| LF DCB KWW KDP CBDP D1 D2 D3  |of Teeth| (kg)

TSXM 13040RS/LS | ® 40 33 40 | 16 8.4 5.6 18.0 14 9 — 4 0.19| 1
13050RS/LS (@ 50 41 40 | 22 10.4 6.3 20.0 18 11 — o) 0.28 | 1
13063RS/LS | @ 63 50 40 | 22 10.4 6.3 20.0 18 11 — 6 0.50| 1

o 13080RS/LS |® ‘80 55 50 | 27 124 7.0 22.0 20 14 — 7 092 1

= 13100RS/LS (@ 100 70 50 | 32 14.4 8.0 32.0 46 — — 8 1.36| 3

g 13125RS/LS (@ 125 80 63 | 40 16.4 9.0 29.0 52 29 — 10 257 1
13160RS/LS (@ 160 130 63 | 40 16.4 9.0 29.0 90 — — 12 5.02 | 53
13200RS/LS (@ 200 160 63 | 60 25.7 14.0 35.0 135 — — 16 6.32 | 5
13250RS/LS | @ 250 180 63 | 60 25.7 14.0 35.0 160 — — 20 942 | 5
13315RS/LS | @ 315 240 63 | 60 25.7 14.0 35.0 230 — — 24 16.37 | 6

TSXM 13080R/L [ ‘80 55 50 | 25.4 9.5 6.0 25.0 20 14 — 7 093 | 1

13100R/L [ 100 70 63 | 31.75 12.7 8.0 32.0 46 27 18 8 1.90| 2
= 13125R/L [ ] 125 80 63 | 38.1 15.9 10.0 35.5 55 30 — 10 262 1
e 13160R/L [ 160 100 63 | 50.8 19.1 11.0 38.0 72 — — 12 422 | 4
- 13200R/L [ ] 200 160 63 | 47.625 | 25.4 14.0 35.0 135 — — 16 6.48 | 5
13250R/L [ 250 180 63 | 47.625 | 25.4 14.0 35.0 160 — — 20 9.68| 5
13315R/L [J 315 240 63 | 47.625 | 25.4 14.0 35.0 230 — — 24 16.63 | 6

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.

Identification Code

TSX M 13 100 R S

Series Code

Fine In

Pitch

Parts

sert Dia.

Size

R: Right-Hand - Metric
L: Left-Hand ~ Bore

Applicable Cutter

Shim

Flat Insert Screw

Integrated

Detachable Wrench

Wrench

Handle Grip

Bit

Anti-seizure

Cream

g

&

@

/

z\/

4

TSXM 13040RS/LS
TSXM 13050RS/LS
TSXM 13063RS/LS
TSXM 13080RS/LS
TSXM 13100RS/LS
TSXM 13125RS/LS
TSXM 13160RS/LS
TSXM 13200RS/LS
TSXM 13250RS/LS
TSXM 13315RS/LS
TSXM 13080R/L
TSXM 13100R/L
TSXM 13125R/L
TSXM 13160R/L
TSXM 13200R/L
TSXM 13250R/L
TSXM 13315R/L

TSXS13R/L

TSXS13R/L

BFTX03510IP| 3.0

HPS1015

TRB15IP

TRDR15IP

HPS1015

TRB15IP

TRDR15IP

SUMI-P

H 1 32 @ Recommended Tightening Torque (N-m)

y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).




SEC-Sumi Dual Mill

I : PLMKIS
SXM Steel Cast Iron |8 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Caie| DLC
High-speed/Light Cutting | & | B | (A | [KJIK] [N]
Process| Medium Cutting |& | bW || |[[@|[3 4 [N] [N]
Roughing & B (K] o=
8888888888 8Corner §§
o, |8EIFI8IEISI818SI2) g | § | ny ol
212|2|2|2|2/2|2|2|% a | R
LNEX 130604PNER-L ©® | @ [ BN AN AN BN BN AN J — — 04 |1
130608PNER-L (® | ® [ BN BN AN BN NN AN J = = 0.8 |1
130612PNER-L (@ | ® o o [ BN 2K ) — — 1.2 |1
130616PNER-L | ® | ® o o [ BN BN ) = = 16 |1
130620PNER-L (| ® | ® (] o [ BN 2K ) — — 2.0 |1 o
130624PNER-L (@ | ® ([ J o [ BN AN ) = = 2.4 |1 ?
130632PNER-L | ® | ® o (] [ 2K JK ) — — 3.2 |1 =
LNEX 130604PNER-G © © © © © © © © 0 © = = 04 |1 5
130608PNER-G |® (@ ([ @ @ (®0 © © 0 0 O — — | 08 |1 -
130612PNER-G © © © © © © & © © © = = 1.2 |1 »
130616PNER-G © © © © © © & © © © — — 16 |1 Fig 1 Eg
130620PNER-G © ([ ®© © © © © & © © © = = 2.0 |1 (Right-Hand) ga
130624PNER-G © © © © © & © & & © — — 2.4 |1 ©
130632PNER-G ([ © ([ © © © © © & © 0 O = = 3.2 |1
LNEX 130604PNER-H ©® | @ [ BN BK AN BN J — — 04 |1
130608PNER-H ® | ® ( BN BN AN BN J = = 0.8 |1
130612PNER-H | ® | ® [ BN BK AN BN J — — 1.2 |1 ©
130616PNER-H | ® | ® ( BN BN AN BN J = = 16 |1 o
130620PNER-H ([ ® | ® [ BN BK AN BN J — — 2.0 |1
130624PNER-H ([ @ | ® ( BN BN AN BN J = = 2.4 |1 X
130632PNER-H | @ | ® (I K 2K 3K J — — 3.2 |1
LNEX 130602PNFR-S | — [—|—|—|—|—|—|—|—|— 02 |1 .
130604PNFR-S | — | —|—|—|—|—|—|—|—|— 04 |1 Egﬂimdr‘i\
130608PNFR-S | — | — | —|—|—|—|—|—|—|— 0.8 |1 i
130612PNFR-S | — | — | —|—|—|—|—|—|—|— 1.2 |1 ¢
130616PNFR-S | — | — | —|—|—|—|—|—|—|— 16 |1
130620PNFR-S | — | —|—|—|—|—|—|—|—|— 2.0 |1
130624PNFR-S | — | — | —|—|—|—|—|—|—|— 2.4 |1
130632PNFR-S | — | —|—|—|—|—|[—|—|—|— 3.2 |1 o
LNEX 130604PNEL-L ° ° — — |04 |2 :
130608PNEL-L o o — — 0.8 |2 X
130612PNEL-L ([ J [ J = = 12 |2 ‘
130616PNEL-L o [ ] — — 16 |2 ‘
130620PNEL-L o [ ] = = 20 |2
130624PNEL-L ([ J o — — 24 |2
130632PNEL-L [ J [ J = = 32 |2
LNEX 130604PNEL-G ([ J [ BN ) [ ] — — 04 |2
130608PNEL-G ( J [ BN ) o = = 0.8 |2
130612PNEL-G o [ BN J — — 12 |2
130616PNEL-G o [ BN ) = = 16 |2
130620PNEL-G ([ J [ BN ) — — 20 |2
130624PNEL-G o [ BN ) = = 24 |2
130632PNEL-G o [ 2K J — — 32 |2
LNEX 130602PNFL-S | — |[—|—|—|—|—|—|—|—|— 02 |2
130604PNFL-S | — | —|—|—|—|—|—|—|—|— 04 |2
130608PNFL-S | — | —|—|—|—|—|—|—|—|— 08 |2
130612PNFL-S |— |—|—|—|—|—|—|—|— | — 12 |2
130616PNFL-S | — | —|—|—|—|—|—|—|—|— 16 |2
130620PNFL-S | —|—|—|—|—|—|—|—|—|— 20 |2
130624PNFL-S |— |—|—|—|—|—|—|—|—|— 24 |2
130632PNFL-S | — |—|—|—|—|—|—|—|—|— 32 |2
Recommended Cutting Conditions
) Cutting Speed vc (m/min)|  Feed Rate fz (mm/t) Insert . Cutting Speed vc (m/min)| Feed Rate fz (mm/t) Insert
ISO|Work Material)  Hardness Min. - Optimum - Max. | Min. - Optimum - Max.| Grade IS0|Work Material) Hardness Min.?Optimum-Max. Min. - Optimum - Max.| Grade
ACU2500 ACU2500
Carbon Steel 180 to 280HB| 150 - 225 - 300 | 0.10- 0.30 - 0.40 AGP100 Cast Iron/ AGK200
>280HB | 75- 150 -230|0.10- 0.30 - 0.40 | ACP200 Ductile Cast | 250HB | 150- 175 -250| 0.10- 0.30 - 0.40 | ACK300
Alloy Steel {180 to 280HB| 100 - 175 - 250 | 0.10- 0.25 -0.35 Qgﬁgggo Iron igggg’gg
Stainless |220to280HB| 90- 135 - 180 0.10- 0.20 - 0.30 | ACU2500 ) ACU2500
M Steel N TR R e ﬁgmggg Exotic Alloy - 30- 60 -90 |0.10- 0.15 -0.20 ﬁgmggg

m - The above recommended cutting conditions may require adjustment

depending on machine rigidity and workpiece rigidity. @ mark: Standard stocked item (new product/expanded item
- The above figures are guidelines for use with BT50 machine tools. ( P P ) H1 33



Cast Iron | Exotic Alloy

<

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Rake 1200 | ane
I Axial 6 90

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5
DCSFMS
DCSFMS DCSFMS DCSFMS DCSFMS 066.7
o DCB o DCB o DCB o DCB o DCB ‘
Ql KWW Ql KWw Ql Kww S| Kww El wa‘ 4-014
o8 &lx ali &t al & a1
é g é y é y 5 5 . y E y
=0
4|3_2> 4D_3> D1 D1 D1
D1 D2 DC DC DC
DC D1
e Figure shows right-handed (R) tool.
o BOdy (EXtra Fine PItCh) Dimensions (mm)
é Cat. No Stock| D Boss Height | Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Bolt Number | Weight i
s T R|L| DC |DCSFMS| LF DCB KWW KDP CBDP D1 D2 D3 |of Teeth| (kQ) 9
8 TSXF 13040RS/LS (@ 40 33 40 16 8.4 5.6 18.0 14 9 — 5 0.18 |1
& 13050RS/LS | @ 50 41 40 22 104 6.3 20.0 18 11 = 6 0.29 |1
o 13063RS/LS | @ 63 50 40 22 10.4 6.3 20.0 18 11 — 7 0.50 |1
$o |3 13080RS/LS |® 80 55 | 50 | 27 124 | 70 | 220 | 20 14 - 8 | 092 |1
3£ |2 13100RS/LS | ® 100 70 | 50 | 32 144 | 80 | 320 | 46 — — 10 | 134 |3
%E 13125RS/LS | @ 125 80 63 40 16.4 9.0 29.0 52 29 = 14 2.58 |1
13160RS/LS | @ 160 130 63 40 16.4 9.0 29.0 90 — — 16 5.08 |5
TSXF 13080R/L [ ‘80 15 50 25.4 9.5 6.0 25.0 20 14 = 8 0.93 |1
5 13100R/L [ 100 70 63 31.75 12.7 8.0 32.0 46 27 18 10 188 |2
£ 13125R/L [ ) 125 80 63 38.1 15.9 10.0 8515 55 30 = 14 2.60 |1
13160R/L [ 160 100 63 50.8 19.1 11.0 38.0 72 — — 16 428 |4

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (280: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).

Identification Code

TSX F 13 100 R S

Series Code Extra Insert Size  Dia. R: Right- Metric

Fine Pitch Hand Bore

L: Left-
Parts Hand

Integrated | Detachable Wrench | Anti-seizure

i sl eteny Wr%nch Handle Grip|  Bit Cream
Applicable Cutter 0 /
S e/ 7/ 7
Q

TSXF 13040RS/LS
TSXF 13050RS/LS
TSXF 13063RS/LS
TSXF 13080RS/LS — HPS1015|TRB15IP
TSXF 13100RS/LS
TSXF 13125RS/LS| BFTX03510IP | 3.0 SUMI-P
TSXF 13160RS/LS TRDR15IP — —
TSXF 13080R/L
TSXF 13100R/L — HPS1015|TRB15IP
TSXF 13125R/L
TSXF 13160R/L TRDR15IP — —

H1 34 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

I SXI Steel Cast Iron |8 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catice | DLC
High-speed/Light Cutting | & | B | (A | [KJIK] [N]
Process| Medium Cutting |& | bW || |[[@|[3 4 [N] [N]
Roughing & B (K] o=
8888888888 8Corner §§
o, |8EIFI8IEISI818SI2) g | § | ny ol
212|2|2|2|2/2|2|2|% a | R
LNEX 130604PNER-L ©® | @ [ AN AN AN BN BN BN BEEE — 04 |1
130608PNER-L (® | ® ( AN AN BN BN BN BN NI = 0.8 |1
130612PNER-L (| ® | ® o o ® 0 e — 1.2 |1
130616PNER-L | ® | ® o o o e o = 16 |1
130620PNER-L (| ® | ® o o ® 0 e — 20 |1 o
130624PNER-L (@ | ® ([ J o o0 e = 2.4 |1 ?
130632PNER-L | ® | ® o @ 0 e — 3.2 |1 =
LNEX 130604PNER-G © © © & © @ ©¢ ©¢ ¢ & = 04 |1 5
130608PNER-G |® (@ ([ @ @ (®0 © © 0 0 O — — | 08 |1 =
130612PNER-G © | © © © © © & &6 & ©® = 1.2 |1 »
130616PNER-G ©® ([ © © © © © @ 6 6 & — 16 |1 Fig 1 gg
130620PNER-G © | © © © © © & &6 06 O = 2.0 |1 (Right-Hand) 2a
130624PNER-G © | @ © © © © & & & ©® — 2.4 |1 ©
130632PNER-G ([ @ © © © © © & 6 0 & = 3.2 |1
LNEX 130604PNER-H ©® | @ ( AN AN BN BN J — — 04 |1
130608PNER-H ® | ® ( AN AN BN BN ) = = 0.8 |1
130612PNER-H | ® | ® ( AN AN BN BN ) — — 1.2 |1 ©
130616PNER-H | @ | ® ( AN AN AN BN J = = 16 |1 o
130620PNER-H ([ ® | ® ( AN AN BN BN J — — 20 |1
130624PNER-H ([ @ | ® ( AN AN AN BN ) = = 2.4 |1 X
130632PNER-H | @ | ® (K I 2K 2K ) — — 3.2 |1
LNEX 130602PNFR-S | — [—|—|—|—|—|—|—|—|— 02 |1 .
130604PNFR-S | — | —|—|—|—|—|—|—|—|— 04 |1 Efﬂ-zHand)LE*
130608PNFR-S | — | — | —|—|—|—|—|—|—|— 0.8 |1 i
130612PNFR-S | — | — | —|—|—|—|—|—|—|— 1.2 |1 L
130616PNFR-S | — | — | —|—|—|—|—|—|—|— 16 |1
130620PNFR-S | — | —|—|—|—|—|—|—|—|— 2.0 |1
130624PNFR-S | — | — | —|—|—|—|—|—|—|— 2.4 |1
130632PNFR-S | — | —|—|—|—|—|[—|—|—|— 3.2 |1 o
LNEX 130604PNEL-L ° ° — — |04 |2 :
130608PNEL-L o o — — 08 |2 X
130612PNEL-L ([ J o = = 12 |2 ‘
130616PNEL-L o o — — 16 |2 ‘
130620PNEL-L o o = = 2.0 |2
130624PNEL-L ([ J o — — 24 |2
130632PNEL-L [ J o = = 3.2 |2
LNEX 130604PNEL-G ([ J [ BN J o — — 04 |2
130608PNEL-G ( J [ BN J o — = 08 |2
130612PNEL-G o [ BN J — — 12 |2
130616PNEL-G o [ BN J = = 16 |2
130620PNEL-G ([ J [ BN J — — 2.0 |2
130624PNEL-G o [ BN J = = 24 |2
130632PNEL-G () (2K ) — — 3.2 |2
LNEX 130602PNFL-S | — |[—|—|—|—|—|—|—|—|— 02 |2
130604PNFL-S | — | —|—|—|—|—|—|—|—|— 04 |2
130608PNFL-S | — | —|—|—|—|—|—|—|—|— 08 |2
130612PNFL-S |— |—|—|—|—|—|—|—|— | — 12 |2
130616PNFL-S | — | —|—|—|—|—|—|—|—|— 16 |2
130620PNFL-S | —|—|—|—|—|—|—|—|—|— 2.0 |2
130624PNFL-S |— |—|—|—|—|—|—|—|—|— 24 |2
130632PNFL-S | — |—|—|—|—|—|—|—|—|— 3.2 |2
Recommended Cutting Conditions
) Cutting Speed vc (w/min) | - Feed Rate fz (mm/t) Insert ) Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
ISO|Work Material)  Hardness Min. - Optimum - Max. | Min. - Optimum - Max.| Grade IS0 Work Material) Hardness Min. - Optimum - Max. | Min. - Optimum - Max.| Grade
Garbon Sto| | 18010 280H8| 150- 225 -300| 0.10- 0.30 - 0.40 28312880 Gast Iron/ ﬁgESSSO
>280HB | 75- 150 -230| 0.10- 0.30 - 0.40 |ACP200 Ductile Cast | 250HB | 150- 175 -250 | 0.10- 0.30 - 0.40 |ACK300
Alloy Steel |180 to 280HB| 100 - 175 - 250 | 0.10- 0.25 - 0.35 ng,gggo Iron ig%ggg
Stainless |220t0 280HB| 90- 135 -180 | 0.10- 0.20 -0.30 |ACU2500 i ACU2500
M sieel >280HB | 75- 125 -170| 0.10- 0.20 - 0.30 Qgﬂigg Exatic Alloy B 80- 60 -90 | 0.10- 0.15 -0.20 ﬁgmggg

m - The above recommended cutting conditions may require adjustment

depending on machine rigidity and workpiece rigidity. @ mark: Standard stocked item (new product/expanded item
- The above figures are guidelines for use with BT50 machine tools. ( P P ) H1 35



Steel Cast Iron |8 Exotic Alloy

Rake
Angle Axial -6° w

<

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Fig 1 Fig 2
ﬂ—\
of Q = =
£2 =8 :
=% =
=43) -~ LF
¥ |
LH
LF
= Body (Standard Pitch) Dimensions (mm)
é Cat. No § Dia. Shank Dia. Head Overall Length Ny 6 Tt Welght Fi
s O & DC DMM LH LF (kg) 9
3 TSX 08016E ° 16 16 25 100 2 0.13 1
& 08020E () 20 20 30 110 2 0.22 1
N 08020E-16 | @ 20 16 30 110 2 0.15 2
$o 08025E () 25 25 30 120 3 0.40 1
§ = |e 08025E-20 | @ 25 20 30 120 3 0.26 2
5= |8 08032E ® 32 32 30 120 3 0.67 1
= 08032E-25 |@ 32 25 30 120 3 0.43 2
08040E ® 40 32 30 120 4 0.72 2
08050E ) 50 32 30 120 5 0.85 2
08063E () 63 32 35 125 6 1.09 2
08080E ® 80 32 35 125 7 1.44 2
Inserts are sold separately.
BOdy (Extra Fine PItCh) Dimensions (mm)
SN g I;IE: SI';IH\;I rE\)/IIaI T_eﬁd Ove'aﬂ,ie"g‘h Number of Teeth W(i'gg)ht Fig
TSXF 08020E [ ] 20 20 30 110 3 0.22 1
08025E () 25 25 30 120 4 0.40 1
o 08032E ) 32 32 30 120 5 0.67 1
3 0S040E |@ 40 32 30 120 6 0.73 2
= 08050E ) 50 32 30 120 8 0.85 2
08063E ) 63 32 35 125 10 1.10 2
08080E ) 80 32 35 125 11 1.42 2

Inserts are sold separately.

Identification Code

TSX F 08 032 E (-25)

Series Code Extra Insert Size  Dia. Shank  Shank Dia.
Fine Pitch type

Parts

Flat Insert Screw | Wrench |Anti-seizure Cream

Applicable Cutter @ Q / %
N-m

TSX 0B016E, TSX 08020, TSXF 08020E |BFTX03061P
TSX 08025E to 80E, TSXF 08025E to 80E |BFTX0308IP | 20 |TROR0BIPISUMI-P

H1 36 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

TSX(F P KIS

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | & (K K] fi4 [N]
Process| Medium Cutting | & | & | P | P [KJIK] M4 [N] [N] gg
Roughing & I K] g%
>
§ ug-, 8 8 8 § 8 8 8 8 o 8 Corner Fig 1 RE a(ﬂ
Cat. No. S8R RRggesg < S | Fedvs [Fig| FontHana -
aldlolala|s|o|a|a|g] T 3 | REe
| x|< )<< %< (<[ < o
LNEX 080404PNER-L ©® | @ [ BN AN AN BN BN AN J — — 0.4 |1
080408PNER-L ©  © [ BN AN AN BN NN AN J = = 0.8 |1 ﬂ’y
080412PNER-L ©® @ [ ] o [ BN BN J — — 1.2 |1 P
080416PNER-L | ®  © o [ [ K JK J = = 1.6 |1 8
LNEX 080404PNER-G © © ©®© © ©¢ ©¢ © © ® © — — 0.4 |1 z
080408PNER-G © © © © ©¢ ©¢ ©¢ & & © = = 0.8 |1 44 =
080412PNER-G | © © © © © ©¢ ©¢ © © © — — 1.2 |1 @
080416PNER-G | ®© © © © © ©¢ ©¢ © & © = = 16 |1 o
LNEX 080402PNFR-S | — |[—|— | —|—|—|—|—|—|— 02 |1 23
080404PNFR-S |— | — |[—|—|—|—|—|—|—|— 0.4 |1 gg
080408PNFR-S | —|— | —|—|—|—|—|—|—|— 0.8 |1 CRo
080412PNFR-S | — | — |[—|—|—|—|—|—|—|— 1.2 |1
080416PNFR-S | — | — |—|—|—|—|—|—|—|— 16 |1
Recommended Cutting Conditions
) Cutting Speed vc (m/min)|  Feed Rate fz (mm/t) Insert
IS0} Work Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
180t0 280HB | 150- 225 -300 | 0.08- 0.20 -0.30 |ACU2500
Carbon Steel ACP100
> 280HB 75- 150 -230 | 0.08- 0.20 -0.30 |ACP200
ACP300
Alloy Steel | 180t0280HB | 100- 175 -250 | 0.08- 0.15 -0.25 |xcy2500
; 220 to 280HB 90- 135 -180 | 0.08- 0.15 -0.25 |ACU2500
Stainless o ACM200
Steel > 280HB 75- 125 -170 | 0.08- 0.15 -0.25 | ACM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 150- 175 -250 | 0.08- 0.20 -0.30 | ACKS300
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy = 30- 60 -90 0.05- 0.10 -0.15 | ACM200
ACM300

- The above recommended cutting conditions may require adjustment
depending on machine rigidity and workpiece rigidity.
- The above figures are guidelines for use with BT40 machine tools.

@ mark: Standard stocked item (new product/expanded item) H1 37



Steel Cast Iron |8 Exotic Alloy

<

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Rake
I Axial 6 120 90°

Fig 1 Fig 2
b= \|
=34 8 s g , :
£ / 8 © s
=5 LH =
=0 LF
LH
LF
o BOdy (Standard PItCh) Dimensions (mm)
é S Dia. Shank Dia. Head Overall Length Number of Weight .
g Gl e 2 DC DMM LH LF Teeth kg |9
8 TSX 13025E o 25 25 35 120 2 0.38 1
£, 13032E ) 32 32 35 120 2 0.66 1
= 13040E ([ 40 32 30 120 3 0.71 2
So (3 13050E () 50 32 30 120 4 0.81 2
EE 13063E [ J 63 32 35 125 5 1.08 2
= = 13080E [ J 80 32 5 125 5 1.40 2
Inserts are sold separately.
BOdy (Fine PltCh) Dimensions (mm)
S Dia. Shank Dia. Head Overall Length Number of Welght .
Cat. No. & DG DMM LH LF Teeth kg |9
TSXM 13032E o 32 32 35 120 3 0.65 1
L 13040E [ J 40 32 30 120 4 0.71 2
k5l 13050E o 50 32 30 120 5 0.80 2
= 13063E ° 63 32 35 125 6 1.07 2
13080E [ 80 32 35 125 7 1.41 2
Inserts are sold separately.
BOdy (Extra Fine PItCh) Dimensions (mm)
S Dia. Shank Dia. Head Overall Length Number of Weight .
SN & DC DMM LH LF Teeth (kg) Fig
TSXF 13040E [ 40 32 30 120 5 0.70 2
13050E [ J 50 32 30 120 6 0.80 2
13063E ([ 63 32 35 125 7 1.07 2
13080E [ ) 80 32 85 125 8 1.42 2
Inserts are sold separately.
Parts Identification Code

Flat Insert Screw | Wrench |Anti-seizure Cream TSX M 1 3 0 50 E
@ @ /p f Series Code M:Fine  Insert Dia. Shank
Pitch Size type

BFTX03510IP| 3.0 |TRDR15IP|SUMI-P F: Extra
Fine Pitch

Metric

H1 38 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

I SX( Steel Cast Iron |8 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | B | (7 | [KJIK] VE] [N]
Process| Medium Cutting | & | &% | W | 74 | [KHK] [N] [N]
Roughing % EANES K] (c')g
[=) o =
0088808888 Soomer =E
cavo.  |8|1EIFI8IEISI818 1812 g8 | § | e 3@
212122222222 a | RE
LNEX 130604PNER-L | ® | ® [ AK 2K BN BE AN BN ) — — 04 |1
130608PNER-L ©® @ ( AN BN BN BN AN BN ) = = 0.8 |1
130612PNER-L (@ | ® [ o [ 2K BN ) — — 1.2 |1
130616PNER-L ©® @ () () [ AN BN ) = = 16 |1
130620PNER-L (@ | ® o o [ 2K BN ) — — 20 |1 3
130624PNER-L ©® | © () () [ AN BN ) = = 24 |1 Fig 1 3
130632PNER-L |® | ® [ ) o 0o 0 — | 32 |1 (Right-Hand) =
LNEX 130604PNER-G | ®© © © © © & & © 0 © = = 04 |1 5
13060S8PNER-G | @ © © © ©¢ ©¢ ©¢ @ @ © — — 08 |1 =
130612PNER-G ©® © © © © & © & & © = = 1.2 |1 »
130616PNER-G ® ©®© © ©¢ © ©¢ & & & © — — 1.6 |1 Eg
130620PNER-G (@ (@ (@ (@ @ 0|0 @ 0 @ — | — | 20 |1 @ s
130624PNER-G © © © © © & © & & © — — 24 |1 - (4]
130632PNER-G @ © © © © &6 & & & © = = 3.2 |1
LNEX 130604PNER-H | ® | ® [ AN BN AN BN J — — 04 |1 |
130608PNER-H ©® @ ( AN BN BN BN J = = 0.8 |1 \
130612PNER-H | @ | ® [ AN BK AN BK J — — 1.2 |1
130616PNER-H  ® | @ ( AN AN AN BN J = = 1.6 |1
130620PNER-H | @ | ® [ AN BN AN BN J — — 2.0 |1
130624PNER-H ©® | @ ( AN BN BN BN ) = = 24 |1
130632PNER-H | @ | ® (I K K 3K ) — — 32 |1
LNEX 130602PNFR-S | — |[—|—|—|—|—|—|—|—|— 02 |1
130604PNFR-S | — | —|—|—|—|—|—|—|— | — 04 |1
130608PNFR-S | — |—|—|—|—|—|—|—|— | — 0.8 |1
130612PNFR-S | — | —|—|—|—|—|—|—|— | — 1.2 |1
130616PNFR-S | — |—|—|—|—|—|—|—|— | — 1.6 |1
130620PNFR-S | — | —|—|—|—|—|—|—|— | — 20 |1
130624PNFR-S | — |—|—|—|—|—|—|—|— | — 24 |1
130632PNFR-S | — | —|—|—|—|—|—|—|—|— 32 |1
Recommended Cutting Conditions
Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert

I1SO|Work Material Hardness
Min. - Optimum - Max. | Min. - Optimum - Max. | Grade

18010 280HB | 150- 225 -300 | 0.10- 0.30 -0.40 |[ACU2500
Carbon Steel ACP100
> 280HB 75- 150 -230 | 0.10- 0.30 -0.40 |[ACP200

AGP300
Alloy Steel | 180t0280HB | 100- 175 -250 | 0.10- 0.25 -0.35 |yci2500

Stainless | 220t0280HB | 90- 135 -180 | 0.10- 0.20 -0.30 |ACU2500

Steel > 280HB 75- 125 -170 0.10- 0.20 -0.30 AOM200
b b ; ACM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 150- 175 -250 0.10- 0.30 -0.40 |ACK300
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy — 30- 60 -90 0.10- 0.15 -0.20 |ACM200
ACM300

m - The above recommended cutting conditions may require adjustment
depending on machine rigidity and workpiece rigidity.
- The above figures are guidelines for use with BT50 machine tools.

@ mark: Standard stocked item (new product/expanded item) H1 39



Rake 34:60:] o
I Axial | 6to-3° 90

<

Shoulder Miling ~ Side Milling

Steel Cast Iron |8 Exotic Alloy

Inserts are sold separately.

Identification Code

TSXR 08 050 R S 54 22 Z03

Applicable Cutter

Series Code Insert Size Right Metric  Max. Mounting  Effective
Hand Bore Depth Hole No. of Teeth
of Cut Diameter
Parts
Flat Insert Screw | Wrench | Bolt  |Anti-seizure Cream

4

/

4

TSXR 08032RS3416202
TSXR 08040RS4016203
TSXR 08050RS5422703
TSXR 08050RS5422704
TSXR 08063RS6027205

BFTX0308IP

2.0 |TRDRO8IP

BX0845

BX0850

BX1060

SUMI-P

BX1265

H140 @ Recommended Tightening Torque (N-m)

Fig 1 CBDP
KDP
%)
(2] 2 Q) —| o |_| Q E
é % Aalalo ] gi 8 §
=
© B A O Ty B
APMX |
LF
o BOdy Dimensions (mm)
é Cat. No § Dia.  |Max DepthofCut|  Boss Height | Hole Dia. |Keyway Width|Keyway Depth|Mounting Depth|  Bolt Boit | Total No.|No. of | EHeiie |Weight i
s T »| DC | APMX |[DCSFMS| LF |DCB | KWW | KDP | CBDP | D1 D2 | of Teeth Stages|No.ofTsti| (kg) 9
& TSXR 08032RS3416Z02 @ 32 34 33 55 16 8.4 5.6 18.0 14 9 10 5 2 1017(1
& i) 08040RS4016Z03 (@ 40 40 37 60 16 8.4 5.6 18.0 14 9 18 6 3 10.32|1
k) 08050RS5422Z03 (@ 50 54 47 75 22 10.4 6.3 20.0 18 11 24 8 3 10.70| 1
g o = 08050RS5422Z04 (@ 50 54 47 75 22 10.4 6.3 20.0 18 11 32 8 4 10.68|1
g é 08063RS6027205 |®| 63 60 60 80 27 12.4 7.0 22.0 20 14 45 9 5 |1.25[1
£=
(7]



SEC-Sumi Dual Mill

TSXR

Steel Cast Iron |8 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | &% | P | [KJIK] [N]
Process| Medium Cutting |&& | 0W || |[[@| 3 [N] [N]
Roughing & P | P K] o=z
o | o o ol|lo - —
%888888800 SCorner ) -~ =
IR|<|<|<|8|< ||| o
LNEX 080404PNER-L ©® | @ [ BN AN AN BN BN AN J — — 0.4 |1
080408PNER-L © © [ BN BN AN BN NN AN J = = 0.8 |1
080412PNER-L © @ ([ J [ J [ BN 2K ) — — 12 |1 m
080416PNER-L | ® | ® () [ J ( JK 2K ) = = 16 |1
LNEX 080404PNER-G © © © © © © © © © © — — 04 |1 ﬂ& g
080408PNER-G | © © ©¢ © ©¢ ©¢ ©¢ © © © — — 0.8 |1 )
080412PNER-G | © © © © & ©¢ © © & © — — 12 |1 44 =
080416PNER-G | © © © © © ©¢ ©¢ & & © — = 16 |1 §
LNEX 080402PNFR-S | — |[—|— | —|—|—|—|—|—|— 0.2 |1
080404PNFR-S |— | — |[—|—|—|—|—|—|—|— 0.4 |1 »
080408PNFR-S | — |— | — | —|—|—|—|—|—|— 08 |1 =3
080412PNFR-S |— |— | —|—|—|—|—|—|—|— 12 |1 (§E
080416PNFR-S | — | — | —|—|—|—|—|—|—|— 16 |1 ©
Use peripheral inserts with RE of 0.8mm or less from the second step and above.
Recommended Cutting Conditions
’ Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
IS0} Work Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
180t0 280HB | 110- 200 -280 | 0.08- 0.20 -0.30 |ACU2500
Carbon Steel ACP100
> 280HB 70- 135 -200 0.08- 0.20 -0.30 |ACP200
ACP300
Alloy Steel | 180t0280HB | 90- 155 -220 | 0.08- 0.15 -0.25 |xcU2500
. ACU2500
Stainless | 220 to 280HB 90- 135 -180 | 0.08- 0.15 -0.25 PRy
Steel > 280HB 70- 115 -160 | 0.08- 0.15 -0.25 | ACM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 125- 175 -225 0.08- 0.20 -0.30 | ACK300
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy = 30- 60 -90 0.05- 0.10 -0.15 | ACM200
ACM300

- The above figures are guidelines for use with BT50 machine tools.
- The above are the recommended cutting conditions for ae = diameter DC 20% or less.

Note: The values in red have been changed from the 2021-2022 General Catalogue.

- The above recommended cutting conditions may require adjustment depending on
machine rigidity and workpiece rigidity.

@ mark: Standard stocked item (new product/expanded item)

H141



Steel Cast Iron |8 Exotic Alloy

Rake 41,60:] ~no
I Axial | 6to-3° 90 O

Shoulder Miling ~ Side Milling

Fig 1
CBDP KDP
of o — o2
— |y
é g ala oi ] gg g
23
APMX
LF
o BOdy Dimensions (mm)
é Cat. No é Dia. |Max.DephofCut|  Boss Height | Hole Dia. | KeywayWidth | Keyway Depth |Mounting Depth|  Bolt Bolt | Total No. |No. of | Hfifie |Weight i
s T & | DC | APMX |DCSFMS| LF DCB | KWW | KDP | CBDP D1 D2 | of Testh |Stages|lo.oiTeh| (kg) 9
8 TSXR 13040RS4116Z02 @ | 40| 41 37 60 16 8.4 5.6 18.0 14 9 8 | 4|2 (0311
& 13050RS6022Z03 @®| 50| 60 47 80 22 104 6.3 20.0 18 11 18 | 6 | 3 (0.66| 1
13063RS5027Z03 @®| 63| 50 60 75 27 12.4 7.0 22.0 20 14 15 | 5 | 3 |1.12]1
g o |Q 13063RS6027Z04 @®| 63| 60 60 80 27 12.4 7.0 22.0 20 14 24 | 6 | 4 |[1.15]1
= é 5 13080RS6032Z04 @®| 80| 60 77 80 32 14.4 8.0 26.0 25 18 24 | 6| 4 |2.06|1
\%E = 13080RS6032Z05 @ 80| 60 77 80 32 14.4 8.0 26.0 25 18 30 | 6 | 5 |2.04|1
13100RS6040Z05 @ | 100| 60 88 85 40 16.4 9.0 29.0 32 21 30 | 6 | 5 |3.45[1
13100RS6040Z06 @®| 100| 60 88 85 40 16.4 9.0 29.0 32 21 36 | 6 | 6 (3.44|1
13125RS6040Z07 @] 125| 60 100 85 40 16.4 9.0 29.0 32 21 42 6 | 7 |563|1

Inserts are sold separately.

Identification Code

TSXR 13 050 R S 60 22 203

Series Code Insert Size Dia. Right Metric  Max.  Mounting Effective No.
Hand Bore Depth Hole of Teeth
of Cut  Diameter

Parts
Integrated | Detachable Wrench Anti-seizure
e Wrench |Handle Grip|  Bit Eeli Cream
Applicable Cutter )
SNV Ay

TSXR 13040RS4116202 BX0850
TSXR 13050RS6022Z03 BX1060
TSXR 13063RS5027203 HPS1015 TRB1SIP 554560
TSXR 13063RS6027Z204 BX1265
TSXR 13080RS6032Z04 |BFTX03510IP| 3.0 BX1660 SUMI-P
TSXR 13080RS6032Z05
TSXR 13100RS6040Z05 TRDR15IP — —
TSXR 13100RS6040Z06 BX2065
TSXR 13125RS6040207

H 1 42 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

I SXR Steel Cast Iron |8 Exotic Alloy

- The above recommended cutting conditions may require adjustment depending on machine
rigidity and workpiece rigidity.

- The above figures are guidelines for use with BT50 machine tools.

- The above are the recommended cutting conditions for ae = diameter DC 20% or less.

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | & | (7 | [KJIK] VE] [N]
Process| Medium Cutting | & | &% | W | 74 | [KHK] [N] [N]
Roughing & P | P K] o=z
o | o o —
0088808888 Soomer =E
Cat. No. SRR 5|88 S 2|2 SIS| § | § |re|Fio =3
212|2|2|2|2/2|2|2|% o | R
LNEX 130604PNER-L ©® | @ [ BN AN AN BN BN AN J — — 04 |1
130608PNER-L (® | ® [ BN BN AN BN NN AN J = = 0.8 |1
130612PNER-L (| ® | ® ([ J [ J [ BN 2K ) — — 1.2 |1
130616PNER-L | ® | ® ([ J o [ BN BN ) — — 16 |1
130620PNER-L (| ® | ® ([ J o [ BN 2K ) — — 20 |1 Y
130624PNER-L (@ | ® ([ J o [ BN AN ) = = 24 |1 Fig 1 ?
130632PNER-L |® | ® [ ) o 0o 0 — | 32 |1 (Right-Hand) =
LNEX 130604PNER-G © © © © © © © © © © = = 04 |1 §
130608PNER-G ©® © © © © © © & © © — — 08 |1
130612PNER-G ©® © © © © & © & & © — = 1.2 |1 wn
130616PNER-G ® ©®© © ©¢ © ©¢ & & & © — — 16 |1 Eg
130620PNER-G (@ (@ (@ @ @ ® @ @ @0 — | — |20 |1 @ s
130624PNER-G © © © © © & © & & © — — 24 |1 - ©
130632PNER-G @ © © © © &6 & & & © — — 3.2 |1
LNEX 130604PNER-H ©® | @ [ BN BK AN BN J — — 04 |1 *‘
130608PNER-H ® | ® ( BN BN AN BN J — — 08 |1 \
130612PNER-H | ® | ® [ BN BK AN BN J — — 1.2 |1
130616PNER-H | @ | ® ( BN BN AN BN J — = 1.6 |1
130620PNER-H ([ ® | ® [ BN BK AN BN J — — 20 |1
130624PNER-H ([ @ | ® ( BN BN AN BN J = = 24 |1
130632PNER-H | @ | ® (I K 2K 3K J — — 3.2 |1
LNEX 130602PNFR-S | — [—|—|—|—|—|—|—|—|— 02 |1
130604PNFR-S | — | —|—|—|—|—|—|—|— | — 04 |1
130608PNFR-S | — | — | —|—|—|—|—|—|—|— 08 |1
130612PNFR-S | — | — | —|—|—|—|—|—|—|— 1.2 |1
130616PNFR-S | — |—|—|—|—|—|—|—|— | — 1.6 |1
130620PNFR-S | — | —|—|—|—|—|—|—|—|— 20 |1
130624PNFR-S | — | — | —|—|—|—|—|—|—|— 24 |1
130632PNFR-S | — | —|—|—|—|—|—|—|—|— 3.2 |1
Use peripheral inserts with RE of 0.8mm or less from the second step and above.
Recommended Cutting Conditions I
) Cutting Speed vc (m/min) Feed Rate fz (mm/t) Insert
180} Work Material Hardness Min. - Optimum - Max. Min. - Optimum - Max. Grade I
180 to 280HB 110- 200 -280 0.10- 0.20 -0.30  |ACU2500
Carbon Steel ACP100
> 280HB 70- 135 -200 0.10- 0.20 -0.30 ACP200
ACP300
Alloy Steel 180 to 280HB 90- 155 -220 0.10- 0.15 -0.25 XCU2500
: - - - - ACU2500
Stainless | 220 to 280HB 90- 135 -180 0.10- 0.15 -0.25 oty I
Steel > 280HB 70- 115 -160 0.10- 0.15 -025  |ACcM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 125- 175 -225 0.10- 0.20 -0.30 ACK300 I
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15 ACM200 I
ACM300

@ mark: Standard stocked item (new product/expanded item) H143



Steel Cast Iron |8 Exotic Alloy

Rake 94,40 ] ~no
I Axial | 6°to -3° 90 O

Shoulder Miling ~ Side Milling
Fig 1 Fig 2
b= Y ~
(&) s 1) <
") e s a f =
.E’E E— ‘ = NHNARS g
=% L APMX. APMX
=1 LH e OTVIA
E (&) LF LH LF
o BOdy Dimensions (mm)
é Cat. No § Dia. Max. Depth of Cut|  Shank Dia. Head overall Length | Total No. of|  No. of  |Effective No.| Weight i
s T &» DC APMX DMM LH LF Teeth Stages of Teeth (kg) 9
& o TSXR 08020E2120Z01 | @ 20 21 20 30 110 3 3 1 0.22 1
£ | 08025E2725Z02 | @ 25 27 25 35 125 8 4 2 039 |1
2 08032E3432Z02 @ 32 34 32 50 140 10 5 2 074 |1
08040E4032Z203 | @ 40 40 32 60 150 18 6 3 0.92 2

Inserts are sold separately.

Shoulder
Milling

Identification Code

TSXR 08 025 E 27 25 202

Series Code Insert Size Dia. Shank ax. Shank  Effective No.
type Depth Dia. of Teeth
of Cut

Parts

Flat Insert Screw Wrench  |Anti-seizure Cream

S € /7

BFTX0308IP | 2.0 |TRDRO8IPSUMI-P

H 1 44 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

I SXR Steel Cast Iron |8 Exotic Alloy

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | &% | P | [KJIK] [N]
Process| Medium Cutting | & | % | W | 74 | [KHK] [N] [N]
Roughing & P | P K] o=z
o | o o —
Slalelelao|8|le(e|8|8 o "=
8|23 2/88|8l8 < S | Xl | Figt o5
Cat. No. S % g g ¢ % %’ (23 (23 g § R;’ES Fig|  (might-Hana) . ﬁ ®Q
QI < |<|R|x|<|<|< a
LNEX 080404PNER-L ©® | @ [ BN AN AN BN BN AN J — — 0.4 |1
080408PNER-L © © [ BN BN AN BN NN AN J = = 0.8 |1
080412PNER-L © @ ([ J o [ BN 2K ) — — 1.2 |1
080416PNER-L | ® | ® () [ J ( JK 2K ) = = 16 |1
LNEX 080404PNER-G © © © © © © © © © © — — 04 |1 g
080408PNER-G | © © ©¢ © ©¢ ©¢ ©¢ © © © — — 0.8 |1 ®
080412PNER-G | © © © © & ©¢ © © & © — — 1.2 |1 44 E
080416PNER-G | © © © © © ©¢ ©¢ & & © — = 16 |1 g'
LNEX 080402PNFR-S | — |[—|— | —|—|—|—|—|—|— 0.2 |1
080404PNFR-S |— | — |[—|—|—|—|—|—|—|— 0.4 |1 »
080408PNFR-S | — | — |—|[—|—|—|—|—|—|— 0.8 |1 §§'
080412PNFR-S |— |— | —|—|—|—|—|—|—|— 1.2 |1 ga
080416PNFR-S | — | — | —|—|—|—|—|—|—|— 16 |1 ©
Use peripheral inserts with RE of 0.8mm or less from the second step and above.
Recommended Cutting Conditions
’ Cutting Speed vc (m/min) Feed Rate fz (mm/t) Insert
IS0} Work Material Hardness Min. - Optimum - Max. Min. - Optimum - Max. Grade
180 to 280HB 110- 200 -280 0.08- 0.20 -0.30  |ACU2500
Carbon Steel ACP100
> 280HB 70- 135 -200 0.08- 0.20 -0.30 ACP200
ACP300
Alloy Steel 180 to 280HB 90- 155 -220 0.08- 0.15 -0.25 XCU2500
Stainless | 220 to 280HB 90- 135 -180 0.08- 0.15 -0.25 28522%%0
Steel > 280HB 70- 115 -160 0.08- 015 -025  |AcM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 125- 175 -225 0.08- 0.20 -0.30 ACK300
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy = 30- 60 -90 0.05- 0.10 -0.15 ACM200
ACM300

- The above recommended cutting conditions may require adjustment depending on machine
rigidity and workpiece rigidity.
- The above figures are guidelines for use with BT50 machine tools.
- The above are the recommended cutting conditions for ae = diameter DC 20% or less.

Note: The values in red have been changed from the 2021-2022 General Catalogue.

@ mark: Standard stocked item (new product/expanded item) H145



Steel Cast Iron |8 Exotic Alloy

Rake Radial |-23 to -18°
Angle Axial -6° to -3°

<

41t060mm 900

Shoulder Miling ~ Side Milling
Fig 1
N -
o
2% i
= g N e
= APMX
=3 LH | .
o BOdy Dimensions (mm)
é Cat. No § Dia. Max. Depth of Cut |~ Shank Dia. Head Overall Length | Total No. No. of Effective Weight i
s T &» DC APMX DMM LH LF of Teeth | Stages |No. of Teeth (kg) 9
8 XS] TSXR 13040E4132Z02 (@ 40 41 32 60 150 8 4 2 0.91 1
g |3 13050E6042Z03 |®| 50 60 42 80 170 18 6 3 174 |1
=

Inserts are sold separately.

Identification Code

TSXR 13 050 E 60 42 Z03

Series Code Insert Size Dia. Shank  Max. Shank  Effective No.
type  Depth Dia. of Teeth
of Cut
Parts

Flat Insert Screw Wrench  |Anti-seizure Cream

g e /|7

BFTX03510IP| 3.0 | TRDR15IP |SUMI-P

H146 @ Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

TSXR

Steel Cast Iron |8 Exotic Alloy

I - The above recommended cutting conditions may require adjustment depending on machine
rigidity and workpiece rigidity.

- The above figures are guidelines for use with BT50 machine tools.

- The above are the recommended cutting conditions for ae = diameter DC 20% or less.

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| DLC
High-speed/Light Cutting | & | &% | P | [KJIK] VE] [N]
Process| Medium Cutting | & | &% | W | 74 | [KHK] [N] [N]
Roughing & P | P K] o=z
o | o o —
0088808888 Soomer =E
Cat. No. SRR 5|88 S 2|2 SIS| § | § |re|Fio =3
212|2|2|2|2/2|2|2|% o | R
LNEX 130604PNER-L ©® | @ [ BN AN AN BN BN AN J — — 04 |1
130608PNER-L (® | ® [ BN BN AN BN NN AN J = = 08 |1
130612PNER-L (| ® | ® o [ J [ BN 2K ) — — 1.2 |1
130616PNER-L ©® @ ([ J () [ AN BN ) = = 16 |1
130620PNER-L (| ® | ® (] o [ BN 2K ) — — 20 |1 Y
130624PNER-L (@ | ® ([ J o [ BN AN ) — — 24 |1 Fig 1 ?
130632PNER-L |® | ® [ ) o 0o 0 — | 32 |1 (Right-Hand) =
LNEX 130604PNER-G © © © © © © © © © © — = 04 |1 §
130608PNER-G © © © © © © & © © © — — 08 |1
130612PNER-G ©® © © © © & © & & © — — 1.2 |1 wn
130616PNER-G ® ©®© © ©¢ © ©¢ & & & © — — 16 |1 Eg
130620PNER-G (@ (@ (@ @ @ ® @ @ @0 — | — |20 |1 @ s
130624PNER-G © © © © © & © & & © — — 24 |1 - (4]
130632PNER-G @ © © © © &6 & & & © = = 3.2 |1
LNEX 130604PNER-H | ® | ® [ AN BN AN BN J — — 04 |1 *‘
130608PNER-H ©® @ ( AN BN BN BN J = = 0.8 |1 \
130612PNER-H | ® | ® [ BN BK AN BN J — — 1.2 |1
130616PNER-H | @ | ® ( BN BN AN BN J — — 1.6 |1
130620PNER-H | @ | ® [ AN BN AN BN J — — 2.0 |1
130624PNER-H ([ @ | ® ( BN BN AN BN J — = 24 |1
130632PNER-H | @ | ® (I K 2K 3K J — — 3.2 |1
LNEX 130602PNFR-S | — [—|—|—|—|—|—|—|—|— 02 |1
130604PNFR-S | — | —|—|—|—|—|—|—|—|— 04 |1
130608PNFR-S | — |—|—|—|—|—|—|—|— | — 0.8 |1
130612PNFR-S | — | — | —|—|—|—|—|—|—|— 1.2 |1
130616PNFR-S | — | — | —|—|—|—|—|—|—|— 1.6 |1
130620PNFR-S | — | —|—|—|—|—|—|—|—|— 20 |1
130624PNFR-S | — |—|—|—|—|—|—|—|— | — 24 |1
130632PNFR-S | — | —|—|—|—|—|—|—|—|— 3.2 |1
Use peripheral inserts with RE of 0.8mm or less from the second stage and above.
Recommended Cutting Conditions I
) Cutting Speed vc (m/min) Feed Rate fz (mm/t) Insert
180} Work Material Hardness Min. - Optimum - Max. Min. - Optimum - Max. Grade I
180 to 280HB 110- 200 -280 0.10- 0.20 -0.30  |ACU2500
Carbon Steel ACP100
> 280HB 70- 135 -200 0.10- 0.20 -0.30 ACP200
ACP300
Alloy Steel 180 to 280HB 90- 155 -220 0.10- 0.15 -0.25 XCU2500
. - - - - ACU2500
Stainless | 220 to 280HB 90- 135 -180 0.10- 0.15 -0.25 oty I
Steel > 280HB 70- 115 -160 0.10- 0.15 -025  |ACcM300
ACU2500
Cast Iron/ ACK200
Ductile Cast 250HB 125- 175 -225 0.10- 0.20 -0.30 ACK300 I
Iron XCU2500
XCK2000
ACU2500
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15 ACM200 I
ACM300

@ mark: Standard stocked item (new product/expanded item)
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Cutter

Face Milling

Shoulder
Milling

K SEC-Sumi Dual Mill TSX series Repeater Made-To-Order Request Sheet (1) 2

Select a cutter design and enter the dimensionsin[_|.

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.

Company Name/Contact
Reference Specifications
Applicable | Dids Max.Depthof Gt ro ) o | No. of Max | Specifications
eclive
Inserts DC | APMX |of Teeth| Stages |No, of Teeth| Shell type | Shank type
20 21 3 3 1 @)
25 27 8 4 2 @)
LNEX08 32 34 10 5 2 (@) O
(Referto H141) | 40 40 18 6 3 O O
50 54 32 8 4 @)
63 60 45 9 5 O
40 41 8 4 2 O O
50 60 18 6 3 O O
LNEX13 63 60 24 6 4 O
(Refer to H143) 80 60 30 6 5 (@)
100 60 36 6 6 @)
125 60 42 6 7 O

ShEULRLY sl Refer to the reference specifications above when completing.

DC

<
================================================================= IC
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, s
=
a

Fl |

M Accessories

- The tip insert corner radius (RE) can be selected.
(Applicable size: Refer to H127 B Product Range)
Other inserts are all RE = 0.8mm or less.

Flat Insert Screw

Wrench

Anti-seizure Cream

- Effective No. of Teeth Desired: [ |

N

&

4

- Coolant Hole: Yes|. |No[ |

H148




SEC-Sumi Dual Mill

TSX seri

KK SEC-Sumi Dual Mill TSX series 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. (c') 2
Feel free to contact us for other shapes or dimensions or with other requests. = %
(L=
0@
D SIi1Il Refer to the reference specifications on H148.
CBDP
=
kop___|
f— T S
[} I L L S e e cotasbones r 5
«Q
] ()
il D =g
==
SIS
2 “
O L
a | n
©)
o

oca[ |

AL e frccn, foee. Comm. Gooeme

I B SN N SES T TS T e SEEN

I [ 1 i [ [

1\ L - Ll - - N
S U S

] LE

D NIERIEIC W Il Refer to the reference specifications on H148. I:I
Interface

e

RE

] ]

L

- The tip insert corner radius (RE) can be selected.
) (Applicable size: Refer to H127 B Product Range)
B Accessories Other inserts are all RE = 0.8mm or less.

Flat Insert Screw Wrench Anti-seizure Cream | - Effective No. of Teeth Desired:[____|

Bolt
9 S - Coolant Hole: Yes | |No ||
“Shell type Only

H149



KK SEC-Sumi Dual Mill TSX series Side Cutter Made-To-Order Sheet 2

Select a cutter design and enter the dimensionsin[_|.

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.

B Insert Series Configuration

Corner Radius RE (mm)
1.2 |16 | 20 | 24 | 3.2

Cat. No.

o
i
I
©

LNEX 08040OPNER/L-L
LNEX 08040OPNER/L-G
LNEX 1306 OOPNER/L-L
LNEX 13061 OOPNER/L-G
LNEX 1306 COPNER-H
— mark: Not available

[Insert Special Orders]

LNEX08 has Corner Radius (RE) = 0.4 to 1.6mm

LNEX13 has Corner Radius (RE) = 0.4 to 3.2mm.

Both right-hand and left-hand types are supported.

(Radius shape after machining may differ from the mounted insert corner radius RE size.)
LNEX13060OPNEL-H (left-handed H type chipbreaker) is not available.

Company Name/Contact

CW Size Reference Specification

14mm LNEXO08 (Refer to H141)

18 to 22mm LNEX13 (Refer to H143)

A multi-stage design is required if the CW size exceeds the above.

M Accessories

Flat Insert Screw Wrench Anti-seizure Cream

N
S

%\\\

B o o

=

Side Cutters Milling
T-Slot Cutters Cutters

]

KWW
DCB

DCSFMS

kpP___ |
ceop| |

- Effective No. of Teeth Desired: |

H150




SEC-Sumi

TS

K SEC-Sumi Dual Mill TSX series Made-To-Order Request Sheet 2

Select a cutter design and enter the dimensionsin[_|.

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.

H Insert Series Configuration

Corner Radius RE (mm)
Cat. No.

0408|1216 | 20| 24 | 3.2
LNEX 08040OPNER/L-L | @ [ ] [ J [ ] — — —
LNEX 08040OPNER/L-G| @ [ ] o () - - -
LNEX 130600OPNER/L-L | @ [ ] [ ] [ ] [ ] [ ] [ J
LNEX 130600OPNER/L-G| @ o [ ) o [ ) o [ )
LNEX 1306 DOPNER-H [ ] [ ] [ ] [ ] [ ] [ ] [ ]

— mark: Not available

[Insert Special Orders]

LNEX08 has Corner Radius (RE) = 0.4 to 1.6mm

LNEX13 has Corner Radius (RE) = 0.4 to 3.2mm.

Both right-hand and left-hand types are supported.

(Radius shape after machining may differ from the mounted insert corner radius RE size.)
LNEX13060OPNEL-H (left-handed H type chipbreaker) is not available.

Company Name/Contact

CW Size Reference Specification

14mm

LNEXO08 (Refer to H141)

18 to 22mm

LNEX13 (Refer to H143)

A multi-stage design is required if the CW size exceeds the above.

Bl Accessories

Flat Insert Screw

Wrench

Anti-seizure Cream

»

S

R 50 e
DN |

DC

pmm[_ |

cwl |2l |

Fl |

1 sJa)1n)
Bunpn

S

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

B Angled cutters, high-feed cutters and bore cutters can be designed. For details, please contact us.

S19n9 103
s1oN) ap!
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Milling
Cutters

Shoulder
Milling

Rake

Angle Axial -5°

(15 Ies] @

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

<

H152

Fig 1 Fig 2 Fig 3 DCSFMS
DCSFMS DCSFMS DCB
DCB DCB KWW | 4018
WW W
ot Iﬁ"W ¥ W & at
[ alal X
Qigk [a) o
B2 L 2% © =
J © f 5 0101.6
pi3 D1
D1 D1 DC
DC be Figure shows right-handed (R) tool.
BOdy (Standard PItCh) Dimensions (mm)
Cat. No Stock Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth |Mounting Depth Bolt Number | Weight i
. R|L DC DCSFMS LF DCB KWW KDP CBDP D1 of Teeth (kg) 9
PWC 4080R/L ([ J ‘80 60 50 25.4 9.5 6 25 29.5 7 0.9 1
- 4100R/L o 100 70 50 31.75 12.7 8 32 46 8 1.3 2
Q 4125R/L ([ J 125 80 63 38.1 15.9 10 38 56 10 2.5 2
- 4160R/L ( J 160 100 63 50.8 19.1 11 38 72 12 4.2 2
4200R/L o 200 150 63 47.625 25.4 14 35 130 16 7.2 3
BOdy (Extra Fine PItCh) Dimensions (mm)
Cat. No Stock Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth |Mounting Depth Bolt Number Welght Flg
T R|L DC DCSFMS LF DCB KWW KDP CBDP D1 of Teeth (kg)
PWCF 4080R/L |® ‘80 60 50 25.4 9.5 6 25 29.5 9 0.9 1
- 4100R/L |@® 100 70 50 31.75 12.7 8 32 46 12 1.4 2
e 4125R/L |@® 125 80 63 38.1 15.9 10 38 56 15 2.6 2
- 4160R/L |@® 160 100 63 50.8 19.1 11 38 72 18 4.3 2
4200R/L | @ 200 150 63 47.625 25.4 14 35 130 24 7.4 3
Inserts are sold separately.
6@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting | (4 | (4 N
Process| General-purpose | [d | [ 184° |
Roughing [K] '%
glgls P
- | Q| ® — ' N 7
Cat. No. E‘) E‘) (:S Applications Remarks [Fig o I\
< | < | <
LNMX 160608PNSN-G ® | ® | General-purpose machining |isheomention] 1| 0
160608PNSN-H @ | @ | @ | Heawyinterupted cuting and other unstabl eppliations 2 | Fig1 Fig 2

(General-purpose G type)

a 120°
A 20

Section a-a

(Strong Edged H type)

Section b-b

Parts
Flat Insert Screw | Wrench |Anti-seizure Cream
D
BFTX0412N | 3.0 |TTX15W |SUMI-P

@ Recommended Tightening Torque (N-m)

Recommended Cutting Conditions

ISO

Work Cutting Speed vc (m/min) |  Feed Rate fz (mm/) Insert
. Hardness ) R . .
Material Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Castlron | 250HB 150-250-350 0.10-0.23-0.35 | ACK200/ACK300
Ductile Castlron|  250HB 100-200-300 0.05-0.18-0.30 | ACK100/ACK200

Note

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.




SEC-Sumi Power Mill

PWS(F

M Features

B Performance

@ General-purpose G type Insert Performance Comparison

A highly reliable cutter equipped with tangentially-mounted

inserts that combines unprecedented high cutting edge

strength and sharpness.

PWSR type, with a 2-stage insert array structure supporting

large depths of cut, has been added to the lineup.

@ Tangential inserts with excellent cutting edge strength and
optimised breaker provide superb cutting edge and sharpness.

@ Nicked insert design created with high-precision molding
technology allows stable milling and low chatter even in
applications with large tool overhang.

sJ911n)
Bunpn

. 1,000 : 3,000
Comparison of 000 [ tsttime Comparison : T
[ 2nd time| T Jresfone
. L [ 3rd time i 2,500 e
Cutting Edge @ 800 o torann of Cutting = et e
Strength £ 500 B e Force Z 2000 gg
— x: Damaged, =
st ting © W% | Sharpness =2
rong Cu |ng El ) p e & 1,500 i (g [o}
; ERS Vo= Ssommin hi g Vo< S50mimin 2
edge dellver.s_ 5 f2= 0zt approaching 3 o i -ozommn
superb stability 20| Poiiny that of ap = 1omm
. 500 D
o et screw-on otk et S50
L o ‘Tool Diameter: 80mm
SumiPower Mill Competitor's  Competitor's inser‘ts SumiPower Mill Competitor's Competitor's

PWS type Product A Product B

(Screw-on) (Vertical)

@ Nicked R type Insert Performance Comparison
Nicked R type Insert General-purpose G type Insert

PWS type Product A

(Screw-on)

Product B
(Vertical)

7,000

Comparison of [r—r——

[ Gtype

Reduced by 25%!

Cutting Force

6,000

2
Reduced ?-g 5,000
cutting power ¥,
£ . o
] GhiPS! and excellent % 3,000 Ss?g(im(/‘r(nin
sma chatter s e
) g) 2,000 ap = 10mm
rGSIStance % \IIJVZrK Material:
© 1000 $50C '
Tool Diameter:
o 100mm
Nicked R type General-purpose G type
B Product Range
© Dia. (mm)
= Cat. No.
= 280 | 9100 | @125 | 2160 | 2200 | @250
PWS 4000R ©O 6 6 6 © @&
PWSF 4000R 0 6 6 ¢ & @
PWSR 4000 @ ®|®

Number in @O shows the number of teeth Inch Bore

/\ Nicked R type Insert
Usage Precautions

©) 4

4 notches
(Corners (1) and (4))

(4)

3 notches
(Corners (2) and (3))

(3)
(4)

(3)

1) Precautions when Mounting
When using the nicked R type indexable inserts, mount
them so that the nicked grooves alternate as shown in the
image on the left.

2) Precautions for Cutting Conditions
When the inserts are mounted as shown in the left figure,
the feed rate per tooth is doubled that of mounting inserts
with the same edge design. As such, set feed rate

fz = 0.25mm/t

as the upper limit and adjust accordingly. .

Ex.) For use with fz = 0.2mm/t
With all regular inserts: feed rate per tooth 0.2mm/t
With nicked type inserts: feed rate per tooth 0.4mm/t

Using inserts incorrectly may damage tools.

H153



Steel Cast Iron

Rake

Angle Axial -6°

60| @ <

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Fig 1 Fig2 | crms Fig 3 DCSFMS Fig 4 DGSFMS Fig 5 3?51':_2;/'8
DchCFéws ™ DCB | DCE DCB .DCB, |
DCB \ KWW ' KWW, ! KWW Wy,
o At afel 3% afal st
€5 8’ 78R o B2 L]y g J 8 HINE
=5 ( | (=i ( |
3 D1 D1 D1
20 gﬁ; :&» DC DC oc
DC 046
m i
BOdy (Standard PItCh) Dimensions (mm)
Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Number of| Weight i
’ ) ) DC DCSFMS LF DCB KWW KDP CBDP D1 Teeth (kg) 9
PWS 4080R [ J ‘80 60 50 25.4 9.5 6 25 20 4 1.0 1
4100R ([ J 100 70 63 31.75 12.7 8 32.5 28 6 1.8 2
S 4125R ([ J 125 80 63 38.1 15.9 10 35.5 55 6 2.4 3
g o £ 4160R ([ J 160 100 63 50.8 19.1 11 41.5 72 8 4.0 4
> é 4200R (] 200 130 63 47.625 25.4 14 35 130 10 6.6 5
(% = 4250R [ J 250 130 63 47.625 25.4 14 35 160 12 12.4 5
Cutters 2200mm or larger do not have oil holes but come with shims.
Inserts are sold separately.
BOdy (EXtra Fine PItCh) Dimensions (mm)
Cat. No _<;> Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Number of Weight Ei
’ ) ) DC DCSFMS LF DCB KWW KDP CBDP D1 Teeth (kg) 9
PWSF 4080R ([ J ‘80 60 50 25.4 9.5 6 25 20 6 0.9 1
4100R o 100 70 63 31.75 12.7 8 32.5 28 8 1.7 2
5 4125R ([ J 125 80 63 38.1 15.9 10 35.5 55 8 2.3 3
£ 4160R ([} 160 100 63 50.8 19.1 11 41.5 72 10 3.9 4
4200R (] 200 130 63 47.625 25.4 14 35 130 12 6.6 5
4250R [ J 250 130 63 47.625 25.4 14 35 160 14 12.5 5

Cutters 200mm or larger do not have oil holes but come with shims.
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-spesd/Light Cutting| [ [K] Ro.8
Process|General-purpose (K]
Roughing (K]
8 1 8|8 |8 |8
Cat. No. L& | & €| 2 |Applications Remarks Fig
Q (©) (@) Q (@]
< < < < < »
LNMX170808PNSR-L | ® | @ | @ | ®@ | @ |Light Cutting 1
170808PNSR-G| @ | @ | @ | @ | @ |General-purpose [1st Recommendation| 1 8
170808PNSR-R| @ | @ | @ | @ | @ |Heavy Cutting Nicked 2
Parts Recommended Cutting Conditions
Flat Head Screw Anti-seizure Shim Work Cutting Speed vc (m/min) | Feed Rate fz (mm/) Insert
(For Inserts/Shims) Wrench Cream () IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
‘ Carbon Steel| 180 to 280HB| 150-250-350 0.10-0.23-0.35 | ACP200
@ @ / Alloy Steel|180 to 280HB| 100-175-250 0.10-0.18-0.25 | ACP200
C Stainless Steel — 100-150-200 0.10-0.18-0.25 | ACP300
BFTX0412IP | 3.0 |TTR15IP |SUMI-P |PWSS4R Castlron
* For cutters @200mm or larger. DuctieCestion| 220115 e OHHUP IS | Bl

H154

(N-m Recommended Tightening Torque (N-m)

Note

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.



SEC-Sumi Power Mill

I WS Steel Cast Iron

Rake <>

Angle Axial -6°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Fig 3 Fig 4
’ ’ DCSFMS ’ DCSFMS ’ DOSFMS
o .DCSFMS a o Db o 01016
o | keB e A € [kww g beB
v | K n - , T ;| R
3 & 5 & | e)
83 J 2 a &2 €=
RV ER n 4 O s | g5
1] 1] %@
o3 D1 D1 D1
D1 DC DC DC
DC
BOdy (2-Step type) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia.  |Keyway Width|Keyway Depth| Mounting Depth Bolt Number [ No. of | Effective Weight E
T ) DC DCSFMS LF DCB KWW KDP CBDP D1 of Teeth [Stages|No. of Teeth|  (kg) 9
PWSR 4080R ‘80 60 70 25.4 9.5 6 25 29.5 8 2 4 1.4 1
= 4100R 100 70 70 31.75 12.7 8 32 46 12 2 6 20 |2
Q 4125R 125 80 70 38.1 15.9 10 38 56 12 2 6 30 |2
- 4160R 160 100 70 50.8 19.1 11 38 72 16 2 8 5.2 3 = @
4200R 200 130 70 47.625 25.4 14 38 160 20 2 10 80 |4| = E_’
Cutters 2200mm or larger do not have oil holes but come with shims. 8 %
Inserts are sold separately. =
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (880: M12 x 30 to 35mm, 6100: M16 x 40 to 45mm).
Insert Dimensions (mm) I
Grade Classification Coated Carbide
High-speed/Light Cutting| [ [K] 08 Fig2 RO.8
Process|General-purpose (K]
Roughing E/RN [K]
o o o o o
=) o S =] S
Cat. No. o & o & ¥ |Applications Remarks Fig
QO (@] (@] (@] (@]
< < < < <
LNMX170808PNSR-L | @ | @ | ® | @ | @ |Light Cutting 1
170808PNSR-G| @ | @ | @ | @ | @ |General-purpose [1st Recommendation| 1 8
170808PNSR-R| @ | @ | ®@ | @ | @ |Heavy Cutting Nicked 2
Parts Recommended Cutting Conditions
Flat Head Screw Anti-seizure Shim Work ; ;
; Wrench . or] Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert
(For Inserts/Shims) Cream 0 IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
‘ Carbon Steel| 180 to 280HB| 150-250-350 0.10-0.23-0.35 | ACP200
@ / Alloy Steel| 180 to 280HB| 100-175-250 0.10-0.18-0.25 | ACP200
’ Stainless Steel — 100-150-200 0.10-0.18-0.25 | ACP300
BFTX0412IP | 3.0 |TTR15IP|SUMI-P PWSS4R Cast Iron
“F ' 250HB 100-175-250 0.10-0.23-0.35 | ACK200
or cutters @200mm or larger. Ductile Cast Iron
¥ The cutting conditions above are a guide. Actual conditions will need to be adjusted I
according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Large Diameter Size Insert Shim
(2200mm or larger) PWSS4R
Body Structure 1
Safety Shim Design to
Protect Body I

N-m, Recommended Tightening Torque (N-m) H1 55



Rake

<

160 |90° ‘

Steel Cast Iron [ NorFerous Netd

Angle Axial 15°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Figs op Fig4  BD
BD BD DCSFMS DCSFMS
DCSFM§ DCSFMS. . 0101.6 o g'g
bes, DCB pce_ | o 2101
o KWw TR e g beB
2 e o [, o kW] 018 5 e b
£S & & &7 5 | o1 022
=8 o=t o = o | el . a M| )
S3 st ] 5. 8 a i a1 I
(&) g QO i = e i w3 u
013 ]
020 et et
DC , oc pc =026 o 0%
BOdy Dimensions (mm)
Cat. No § Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Number of Weight E
T » DC BD DCSFMS LF DCB KWW KDP CBDP Teeth (kg) 9
CHG 4080R [ J ‘80 78 60 50 25.4 9.5 6 25 4 1.3 1
4100R (] 100 96 70 63 31.75 12.7 8 32 o) 2.0 2
- 4125R ([ J 125 120 80 63 38.1 15.9 10 38 6 3.1 2
g o |2 4160R ([ J 160 154 100 63 50.8 19.1 11 38 8 5.3 2
3 é - 4200R ([ ] 200 193 130 63 47.625 25.4 13.5 38 10 8.1 3
(% = 4250R 250 242 180 63 47.625 254 13.5 40 12 138 |3
4315R 315 307 240 63 47.625 25.4 13.5 40 14 21.9 4

Inserts are sold separately.

y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| Cermet | SUMIDIA
High-speed/Light Cutting| [z |3 ™ Kl [NJINTIN] o Fiq 2 (Grades in AGPIACK series)
N 7 | ™ ml ig ig rades in series
Process| General purpose (K] [PRIK] [P] [NJINJIN] 1270 om0
Roughing (K] [NJINJIN] % %
o|lo|lo|lo|o oo
o|lo|g|o|a|N|=|w < QIS |o
— o — S W Is | .

Cat. No. el 8lalglelT ie] =€ Fig MEOOs 476 } S =005 476 }
olo|lolo|o T 3\ < < 2 M e R LA e o
2|2/2|2|2|u|%° = 0la5|a &

TEEN 43R [ BN J ® —|—| 1-A 05
NF-TEEN43R | —|—|—|—|—|—|—|—|—-| — |—|®|A| 1A [ RO8 ls
TEEN 43TR [ 2K 2K [ J [ J —|—|—2(1)-B
TEKN 43R [ BN J [ J —|— | —]2(1)-A ) X
Cutting Edge A Cutting Edge B
43TR (I IK) ) — 2(1)-B LHing=eee HHing Bage
DL1000 is also available for *-marked TEEN43R.
Top face and wiper edge of H1 insert have a mirror finish.
E class precision inserts have some difference in shape.
Recommended Cutting Conditions
SO W0r|.< Hardness Cu.ttmg Spe.ed ve (m/min) feed Ra?e fz (mmA) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Losstor oty General Steel| 180 t0 280HB|  80-115-150 | 0.10-0.18-0.25 | ACP200
¢ i Mild Steel| < 180HB 100-125-150 0.10-0.15-0.20 | ACP200
g Die Steel |200 to 220HB|  60- 80 -100 0.10-0.15-0.20 | ACP200
V—/' = \ Stainless Steel — 80-115-150 0.05-0.10-0.15 | ACP300
\ CastIron| 250HB 60- 90 -120 0.10-0.18-0.25 | ACK200
T 3 RS 300-650-1,000 | 0.10-0.20-0.30 | DA1900
Insert |‘ O Metals ’ e H1
E|’ T [ The cutting conditions above are a guide. Actual conditions will need to be adjusted
Clamp Plate Screw according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Clamp Plate  (Right Thread)
Parts
Locator Locator Screw Clamp Plate Clamp Plate Screw Wrench
Applicable Cutter S . » .
= B & = e ) e N
CHG 4080R to CHG 4125R FBX0811 THO30
CHG 4160R to CHG 4315R LCH4R FBHOS12 M5 | 50 |CHWR FBX0817 M8 | 80 I1ho40

The wrench for locator screw is THO30 and for clamp plate screw is TH040.

H156

@ Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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Rake
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Steel

Cast Iron |5 NonFeros Netdl

<

(o Tl @

Angle Axial 6°to 15°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1
] = 2
= o
£s
LH 5=
=]
LF a @
BOdy Dimensions (mm)
S Dia. Shank Head Overall Length Number of Axial Radial 9
Cat. No. & DC DMM LH LF Teeth Rake Rake | 9
CHE 2016R [ ] 16 16 25 100 1 +6° -3° 1
2018R [ J 18 20 30 110 1 +8° -2° 1
2020R [ J 20 20 30 110 2 +10° -2° 1
2022R [ J 22 20 30 110 2 +12° -1° 1 = g
2025R [ ] 25 25 35 120 2 +15° -1° 1 2 2
2028R [ J 28 25 35 120 2 +15° 0° 1|3 §
Inserts are sold separately. =
Insert Dimensions (mm)
Grade Classification [l Cemented Carbide| Cermet | SUMIDIA
High-speed/Light Cutting Kl [NJIN] Fig 1
Process| General-purpose | iy | @ | 3 Q (NN 06.35
Roughing | #a [INJEN] L\
S|z |w < 8|8 A S
Cat. No. g 8 9 E § g § Edg:tgﬂgpe Flg j’i 318
g <° = all fa) 05 i
TEEN 22R -1-1-1- —| - A 1 Ro8
\
NF-TEEN 22R — == |- — @ A A 1
TECN 22R o o — | — A 1
22TR = B 1
TEKN 22R — | — A 1 Type A Type B
22TR [ = | = B 1
Parts Recommended Cutting Conditions
Clamp Plate Bolt Retaining Ring| Wrench SO Work Hardness Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert
@ q Q’ Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
'm
“\’ Carbon Steel [180 to 280HB|  50- 75 -100 0.03-0.06-0.10 A30N
CCHA4R BHE0407 1.8 ERO3 THO25 Alloy Steel|180 to 280HB| 50- 75 -80 0.03-0.05-0.06 A30N
Cast Iron| 250HB 40- 70 -100 0.03-0.10-0.15 G10E
Non-Ferrous DA1000
Metals = 40- 90 -150 0.03-0.10-0.15 HA
¥ The cutting conditions above are a guide. Actual conditions will need to be adjusted I
according to machine rigidity, work clamp rigidity, depth of cut and other factors.

N-m) Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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Steel Cast Iron [ NorFerous Netd

Rake 13 [on:
Angle Axial 15° 90

<

Face Milling  Shoulder Miling ~ Groove Millng ~ Side Milling

Fig 1
o =
a - =
of =
£g
= g LH
=0 LF
BOdy Dimensions (mm)
Cat. No § Dia. Shank Head Overall Length Number of Axial Radial E
o » DC DMM LH LF Teeth Rake Rake 9
CHE 3030R [ ] 30 32 45 160 2 +15° -3° 1
3032R [ ) 32 32 45 160 2 +15° -2° 1
3036R [ J 36 32 45 160 2 +15° -1° 1
3 o 3040R [ 40 32 45 160 2 +15° 0° 1
% é Inserts are sold separately.
3=
£ =
@ Insert Dimensions (mm)
Grade Classification |Coated Carbide| Cemented Carbide| Cermet | SUMIDIA
High-speed/Light Cutting [K] Ky [NJN] Fig 1
Process|General-purpose [KEIPHIK] [P] (NN 09.525 g
Roughing | @ [N N] B
S18|=|w < S | 8 | Cutting &
Cat. No. gleiglel 9 S| g Edge |Fig obrs 318 f
12]%° = | 8| & | Shape RS
TEEN 32R — — | =] — — — — A 1 70
NF-TEEN 32R — == == — o A A 1
TECN 32R [ BN J — — A 1
32TR = B 1
TEKN 32R ([ J [ J — — A 1 Type A Type B
32TR () [ J [ — = B 1
Parts Recommended Cutting Conditions
Clamp Plate Eolt Retaining Ring| Wrench SO Work Hardness Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
@ Q Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
N-
“\’ ° Carbon Steel (180 to 280HB|  60- 90 -120 0.04-0.08-0.15 | ACP200
CCH5R BHEO0510 27 ER04 LHO30 AIon Steel {180 to 280HB 60- 80 -100 0.04-0.08-0.13 ACP200
Cast Iron 250HB 60- 90 -120 0.04-0.12-0.20 | ACK200
Nonferows 60-130-200 | 0.04-0.12-0.20 DAJI?OO

M 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.

H1 58 @ Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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Rake

Steel Cast Iron [ NorFeros Neta

<
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Angle Axial 15°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1
N~
<
(] =
a s o=z
[a) -=
T
=]
=
e @9
BOdy Dimensions (mm)
S Dia. Shank Axial Radial Approach '
Cat. No. p DC DMM Number of Teeth Rake Rake Angle Fig
CHE 4050R [ 50 32 3 +15° +2° 0° 1
4063R ([ J 63 32 4 +15° +3° 0° 1
4080R o 80 32 4 +15° +4° 0° 1
4080RS42 80 42 4 +15° +4° 0° 1 =z @
4100R 100 32 5 +15° +4° 0° 1] E8
4100RS42 100 42 5) +15° +4° 0° 1] 3 §
Inserts are sold separately. =
Insert Dimensions (mm)
Grade Classification Coated Carbide | Cemented Carbide| Cermet | SUMIDIA |
High-speed/Light Cutting| [ [K] ™M Ky [NJINEINT fi Fig 2 (Grades in AGP/ACK seris)
N PAlIP: ig ig rades in series)
Process| General purpose ;ﬁ Ix1 [PIIK] [P] [NJINEENT 1270 om0
Roughing (K] [NJINJIN] M %
ololo|o|o o | o
Slo|lg|o|g|N|z|w < I AR=2R=! M M
Cat. No. E E E g (Q § 8 ‘C—> E § g 2 § Fig V]20.025 izg EN M=0025 ﬁ o
21212|2|2|u|<|° = 8la|la N «
TEEN 43R” [ AN J ® —|—| 1-A 05
NF-TEEN 43R =l=l=l=l=l=l==l= — —|®|Al 1-A g RO 7,
TEEN 43TR OO0 ° ° — | —|2¢1)-B
TEKN 43R [ AN J (] —|—[20)-A - ;
43TR o ol ° N 2(1 )-B Cutting Edge A Cutting Edge B
DL1000 is also available for *-marked TEEN43R.
Top face and wiper edge of H1 insert have a mirror finish.
E class precision inserts have some difference in shape.
Parts
Locator Locator Screw Clamp Plate Clamp Plate Screw Wrench
Applicable Cutter a0 S5 . N) . §
Pp Size @ ’/) Q\\\\\\\\ Size @ /\& I
CHE4050R
CHE4063R LCE4R FBHO0512 M5 | 5.0 |CEWR WB8R-16T | M8 | 8.0 [TT27
Parts
Locator Locator Screw Clamp Plate Clamp Plate Screw Wrench
. Q) D
Applicable Cutter N Size | (m @ %\‘\\\\\‘ Size | @m %
CHE4080R
CHE4100R
CHE4080RS42 LCH4R FBH0512 M5 | 5.0 |CHWR FBX0811 M8 | 5.0 [THO040
CHE4100RS42
* The above includes a THO30 wrench for locator screw.
Recommended Cutting Conditions
Work Cutting Speed v (m/min) | Feed Rate fz (mm/t) Insert
IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Carbon Steel[180 to 280HB| 125-100-150 0.10-0.15-0.20 | ACP200
Alloy Steel[180 to 280HB,  80-100-120 0.10-0.20-0.30 | ACP200
Castlron| 250HB 80-100-120 0.10-0.20-0.30 | ACK200
Non-Ferrous DA1000
Metals — 60-130-200 0.05-0.20-0.30 H1
¥ The cutting conditions above are a guide. Actual conditions will need to be adjusted

N-m) Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

according to machine rigidity, work clamp rigidity, depth of cut and other factors.
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Steel Cast Iron

EON Radial | 00|

<

10 Tss|

Angle Axial 6°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1 Fig 2 Fig 3 BD
BD DCSFMS
DCSFMS BD 0101.6
o DB | DCSFMS o DoB |
o0 2 5 ooe < o op
£8 a 2 [ T
=5 ol b w o 8I
=0 o - 8¢ W Q o
013 © 226
020 e
— ™ —— Figure shows right-handed (R) tool.
BOdy Dimensions (mm)
Cat. No Stock Dia. External Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth [Mounting Depth| Number | Weight Fi
T R|L DC BD DCSFMS LF DCB KWW KDP CBDP of Teeth (kg) 9
CPG 4080R/L ([ J ‘80 77 60 50 25.4 9.5 6 25 5 1.2 1
4100R/L ([ J 100 97 75 60 31.75 12.7 8 32 6 2.0 2
= - 4125R/L ([ J 125 121 75 60 38.1 15.9 10 38 8 3.3 2
g ) e 4160R/L ( J 160 155 100 60 50.8 19.1 11 38 10 8D 2
§ = 4200R/L ([ J 200 194 130 60 47.625 25.4 13.5 38 12 8.6 3
;',=, = 4250R/L 250 243 200 70 47.625 25.4 13.5 52 14 17.9 S
4315R/L 315 308 240 70 47.625 25.4 13.5 52 18 25.5 3
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Carbide| Cermet
High-speed/Light Cutting| [ [K] ™) [P P] ,
Process General-purpose m E ﬁﬁﬁ——ﬁ Flg 1 (Grades in ACP/ACK series) Fig 2
Roughing @ T g‘
o|lo|lo|lo| o <
o|lo|lo|o|o | N zlw|lw|[sS | < | < o
Cat. No. alalelge § § 812|128 |3|8 [Fio .g% 5
12|22 % U S| TICIF|F|F e1210 4.76 12.70 4.76
TPCH 43R ® 0 o [ ] 1(2) (Close-up of Cutting Edge for Figures 1&2)  Fig 3
43L ° 2 08, .
43TR ( BN BN J e o [ J ® (12 3
43TL o 2 612.70 .
TPMN 432 [ o [ J 3
433 [ [ 8
I Locator
Insert Insert
Clamp Plate )
Double Screw
. -
B
Cap Screw
I Parts Recommended Cutting Conditions
Applicable Cap Clamp Double ! .
Locator Wrench Work Cutting Speed vc (m/min) | Feed Rate fz (mmyt) Insert
Cutter Screw Plate Screw TT27 IS0 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
CPG4080R |LCP40R |BX0508 PTWA40R |WB8-22T |11/ General Steel| 180 to 280HB|  80-110-140 | 0.10-0.18-0.25 | ACP200
CPG4100R TT27 Mild Steel| < 180HB 100-125-150 0.10-0.15-0.20 | ACP200
UptoCPGa12sR [-CP40R [BX0510  IPTWATR |WBB-22T |, 15, Die Steel [20010220HB|  60- 80 -100 | 0.10-0.15-0.20 | ACP200
CPG4160R TT27 Stainless Steel — 100-125-150 0.10-0.18-0.25 | ACP300
Upto CPG431sp [-CP4OR [BX0510  IPTW41R WBB-30T | 10, Castlron| 250HB | 60-90-120 | 0.10-0.18-0.25 | ACK200
TT27 ¥ The cutting conditions above are a guide. Actual conditions will need to be adjusted
CPG4080L [LCP40L |BX0508 PTW40L \WB8-22T LH040 according to machine rigidity, work clamp rigidity, depth of cut and other factors.
CPG4100L TT27
Up to CPGA125L LCP40L |BX0510 PTW41L (WB8-22T LHO40
CPG4160L TT27
Up to CPG4315L LCP40L |BX0510 PTW41L |WB8-30T LHO40

Of the wrenches, TT27 is for double screw while LH040 is for cap screw.
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SEC-Light Endmill

FMS s

Rake

Imwﬂwo"

<

Steel Cast Iron

Angle Axial 3°to 7°
Face Milling ~ Shoulder Miling ~ Groove Milling ~ Side Milling
Fig 1
' =
o s
=
e s
a
~APMX
LF
BOdy Dimensions (mm)
Cat. No é Dia. Max. Depth of Cut Shank Overall Length Number of Axial Radial E
T 5 DC APMX DMM LF Teeth Rake Rake 9
FMS 216 [ ] 16 8 16 70 1 +3° -6° 1
220 [ J 20 8 20 100 2 +3° -4° 1
225 [ J 25 8 25 110 2 +7° -4° 1
FMS 330 [ J 30 13 32 160 2 +7° -4° 1
332 [ ] 32 13 32 160 2 +7° -4° 1
335 [ J 35 13 32 160 2 +7° -4° 1
FMS 440 [ ] 40 19 32 160 2 +7° -4° 1
450 [ J 50 19 32 160 2 +7° -4° 1
460 [ J 60 19 32 160 3 +7° -4° 1
440B 40 19 42 160 2 +7° -4° 1
Inserts are sold separately.
Insert Recommended Cutting Conditions
Common to Figs. 1 to 3 Diameter g16 to 25mm
S Worl.( Hardness Cultting Speled ve (m/min) lFeed Ra?e fz (mm/) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Carbon Steel(180 to 280HB|  50- 75 -100 0.03-0.06-0.10 | ACP200
Alloy Steel|180 to 280HB|  50- 65 -80 0.03-0.05-0.08 | ACP200
Cast lIron | 250HB 40- 70 -100 0.03-0.10-0.15 | ACK200
N The cutting conditions above are a guide. Actual conditions will need to be adjusted
Fig 1 Fig 2 Fig 3 Fig 4 according to machine rigidity, work clamp rigidity, depth of cut and other factors.
RE
RE 0o RE 7, 05 7, _IC .
7% 7% bx . Diameter 830 to @35mm
?‘ SN | Work i i
1SO or. Hardness Culttlng Spe.ed ve (m/min) IFeed Ra?e fz (mm/) Insert
Grade Classification |Coated Carbide|Cemrted Catie | Cermet 8 Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
High-speedlLght utting ﬂ Carbon Steel|180 to 280HB|  60- 90 -120 0.04-0.08-0.15 | ACP200
Process | General-purpose m E Alloy Steel[180 to 280HB|  60- 80 -100 0.04-0.08-0.13 | ACP200
Roughing K] Dimensions (mm) Cast Iron| 250HB 60- 90 -120 0.04-0.12-0.20 | ACK200
olo|lololo < ) N The cutting conditions above are a guide. Actual conditions will need to be adjusted
°R131RI181Z2|ol¥|S g Inscribed s Corner Applcable according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Cat.No. |a|a|a|X|$|R(2(2 BB Cice Radius |Fig
ooooo<<0:& o ) RE Cutter
B Diameter 940 to 660mm
TPKN 22TR ° ©(6.35(3.18/ 0.8 | 1 [Fms ) )
29R PY 6.35/3.18/ 0.8 | 1 1610 1SO Work Hardness Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
TPMN 222 ) 6.353.18| 0.8 | 4 [FMS 225 Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
TPKN 32TR (] @|9.525(3.18| 0.8 | 2 |FMS Carbon Steel[180 to 280HB|  60-100-150 0.05-0.15-0.20 | ACP200
32R [ ] 9.525/3.18| 0.8 | 2 |330to Alloy Steel|180 to 280HB|  60- 90 -120 0.05-0.12-0.18 | ACP200
TPMN 322 00 9.525/3.18| 0.8 | 4 [FMS 335 Castlron | 250HB 60- 90 -120 0.05-0.15-0.25 | ACK200
TPCH 43TR © @@ o ® @®12.70|4.76| — | 3 |FMS M The cutting conditions above are a guide. Actual conditions will need to be adjusted
43R oe o 12.70|14.76| — | 3 440(B) according to machine rigidity, work clamp rigidity, depth of cut and other factors.
TPMN 432 [ I J 12.704.76| 0.8 | 4 |to FMS
433 [ J( J 12.70|4.76| 1.2 | 4 |460
H10E is also in stock for TPCH43TR.
EH20Z is also in stock for TPCH43R.
Parts
Clamp Plate Double Screw Shim Spring Pin Wrench
Applicable Cutter () N . @
) @\\ Size @
FMS216 / FMS220 CCM5BSL WB5-10 M5 5.0 — — THO025
FMS225 CCM5BSL WB5-12 M5 5.0 — — THO025
FMS330 to FMS335 CCM6BL WB6-16 M6 5.0 — — LHO30
FMS440(B) to FMS460 CCM8UL WB8-20 M8 8.0 |STPL42 SPP308 LHO040

N-m Recommended Tightening Torque (N-m)

sJ911n)
Bunpn

Buln
Jep|noys
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VIDEO OF [fors)]

CUTTING

B Features
@ Complex arc-shaped cutting edge achieves a smaller
cutting angle and a larger depth of cut simultaneously
High-efficiency machining at maximum feed rate per

o
S2 tooth of 3.5mm/t is possible
=3 @ Small cutting angle controls cutting force toward the back
force direction
Stable machining without chatter even with long tool
overhang amount
B Product Range
Cat. No Max. Diameter (mm)
’ ’ 016 | 018 | 220 | 022 | 025 | 026 | 928 | 030 | 032 | 035 | 040 | 042 | 050 | @52 | 063 | 066 | @80 | @85 |©100| 0125|0160
DMSL 06000RS g g 0 606 6 0
I DMSL 06000R g (5
4
3 MIDMSW 08000RS 00 g 9060
: ©6306/00®0®
b o
ag
DMSW 08000R [ g (5) g (6 JR s Q0]
(6]
DMSL 06000E O 06 g 8 8 g (5) g (5 2N6)
DMSLO600CEL & © © © O O 6 6 6 06
DMSW 08000E 006 (4]
I DMSW 08000EL 0 6 (3) (4]
DMSL 06000M eegggegege@@
I DMSW 08000M 0 60 6
Number in @®® shows the number of teeth Inch Bore  * mark: Different-diameter mounting sizes in stock Modular type 1€ H267
I B Chipbreaker (DMSL type) B Chipbreaker (DMSW type)
Work Material| [ (M 3B ) Work Material IPIMIK]S] EMEE
G type L type \ G type H type
Chipbreaker Chipbreaker
I Cuttlng Qipmm Cuttlng 0.15mm 0.12mm 0.22mm
Edge e Edge ” e 5 -
Cross Cross
Section Section

H162



DMS

@® Complex arc-shaped cutting edge achieves a smaller cutting angle and a larger depth of cut simultaneously.
High-efficiency machining at maximum feed rate per tooth of 3.5mm/t is possible.

DMSL type DMSW type

‘ Shoulder milling tool (WEZ type, etc.) ‘

[/

3 ‘ Face milling tool (DGC type, WGKX type, etc.)

6.0 |- | /

15.0 -

"

Depth of Cut ap (mm)

4.0 - i
DMSW e
v : DMSL e
Conventional Tool: Conventional Tool: '
Linear Shape Linear Shape :
0 0.3 05 “ 35
Complex Arc Shape Complex Arc Shape Feod Rate per Tooth fzmm/t)

@ Even at high feed rates of 2.0mm/t or more, a reasonable surface finish can be attained without a
wiper insert.

DMSW type Comp's A (High-Feed Tool)
€ 40 )
<_ Sl 2
g 2 g 20
£ o NAAMANANAL £ o
E3 E
o o
T .20 T .20
[0 [0
S s
£ -40 €t -40
17 0 25 5 75 10 125 (mm) I 0 25 5 75 10 125 (mm)

Ra 3.3um Rz 14.1ym Ra 11.2um Rz 51.0pm

Machine: Vertical Machining Centre BT50, Work Material: S50C Insert: WNMU0807ZNER-G (ACU2500)
Tool: DMSW 08063RS04 (263, 4-tooth) Cutting Conditions: vc = 150m/min, fz = 2.5mm/t, ap = 0.5mm, ae = 40mm Dry

@ Small cutting angle controls cutting force toward the back force direction
Suppresses chatter in long tool overhang machining, increasing efficiency

DMSL type/DMSW type DMSL type Comp's B (High-Feed Tool)
= 2,000 - Principal Foce = 2,000 - Principal Force
;)’ - Feed Force Z)’ - Feed Force
8] - Back Force o - Back Force
5 1.000 5 1000
i s
2 2
) = 0 £ 0
Z 5 =]
2 O 6]
) -1,000 -1,000
e 0 1 2 ) 0 1 2 ()
No Chattering Heavy Chattering
(Reference) Shoulder Milling Tool Machine: Vertical Machining Centre BT50, Work Material: S50C

Tool: DMSL06020E03 (D = 920, 3 teeth)
Insert: LNMUOBT3ZNER-G (ACU2500)
Cutting Conditions: vc = 160m/min, fz = 0.60mm/t, ap = 0.8mm, ae = 20mm, L = 100mm, Dry

SJ19)1n
PR ety Setioio SR |Gy | oot | [ pemsent [t | pamems [T < Boid

DMSW type Comp's C (High-Feed Tool)
= 4,000 - Principal Force = 4,000 - Principal Force
;; - Feed Force ‘6 - Feed Force
© 2,000 - Back Force O 2,000 - Back Force
Y & h
o 0 o 0
£ <
£ -2,000 £ -2,000
S S
O 6]
-4,000 -4,000
. 0 1 2 3 4 5 (s 0 1 2 3 4 5 (s)
No Chattering Heavy Chattering
Machine: Vertical Machining Centre BT50, Work Material: S50C
D Tool: DMSWO08050RS04 (D = @50, 4 teeth)
> * \ 4 Insert: WNMUO0807ZNER-G (ACU2500)

Cutting Conditions: vc = 160m/min, fz = 0.65mm/t, ap = 0.8mm, ae = 45mm, L = 340mm, Dry
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|| Precautions for Corner Finishing * Corners will have unmachined surfaces or gouges with respect to the expected corner profile.

Fig 1 Fig 2 DMSL type DMSW type
Comer Radius | Unmachined surfaces| Giouging | Fig Comer Redius | Unmachined surfaces|  Giouging | Fig
Gouging
0.5 0.88 0 1 2.0 1.22 0 1
Corner Radius 1.0 0.69 0 1 2.5 1.08 0 1
Corner Radius 15 | 054 0 1 30 | 095 0 1
2.0 0.41 0.02 2 35 0.83 0.04 2
(mm) (mm)
Ur;rlrj\#gg(ier;ed Unmachined surfaces
B Ramping/Helical Milling Upper Limit
Helical Milling

Pitch Pitch Precautions

for Helical Milling

- Above the max. machining
diameter, the centre uncut
portion can be removed by
traverse cutting with the
same cutter.

- Below the min. machining

7

< DeX > diameter, the centre uncut

Machining diameter _ portion cannot be removed
L with the same cutter.

Machining diameter

A
A
A
y

(2]
25
=E
=0
2
@
4=
2
T
Max. Dia. Ramping Helical Milling
DCX Max. Ramping Angle | Max. Machining Dia. Max. Pitch Standard Diameter Max. Pitch Min. Machining Dia. Max. Pitch
(mm) RMPX (°) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev)
16 0.6 31.3 0.6 24.4 0.3 23.8 0.25
18 0.8 35.3 0.8 28.3 0.4 27.2 0.3
20 1.0 39.3 1.0 32.3 0.6 30.5 0.3
22 1.0 43.3 1.0 36.3 0.7 34.3 0.3
25 1.0 49.3 1.0 42.3 0.9 39.9 0.3
26 1.0 51.3 1.0 443 0.9 41.8 0.3
P 28 0.9 55.3 1.0 48.2 0.9 45.7 0.3
g'. 30 0.8 59.3 1.0 52.2 1.0 49.6 0.3
(7; 32 0.7 63.3 1.0 56.2 1.0 53.6 0.3
= 35 0.6 69.3 1.0 62.2 1.0 59.5 0.3
o 40 0.5 79.3 1.0 72.2 1.0 69.6 0.3
42 0.5 83.3 1.0 76.2 1.0 735 0.3
50 Not recommended
52 Not recommended
63 Not recommended
66 Not recommended
80 Not recommended
I Max. Dia. Ramping Helical Milling
DCX Max. Ramping Angle | Max. Machining Dia. Max. Pitch Standard Diameter Max. Pitch Min. Machining Dia. Max. Pitch
(mm) RMPX (°) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev)
35 0.5 69.3 1.3 53.5 0.5 52.0 0.5
40 0.8 79.3 2.0 63.4 1.0 60.2 0.5
42 0.8 83.3 2.0 67.4 1.0 63.9 0.5
50 1.4 99.3 2.0 83.3 2.0 79.1 1.0
g 52 1.4 103.3 2.0 87.3 2.0 82.8 1.0
; 63 1.2 125.3 2.0 109.3 2.0 103.6 1.0
) 66 1.2 131.3 2.0 115.3 2.0 109.4 1.0
I E 80 1.2 159.3 2.0 143.2 2.0 134.0 1.0
85 1.2 169.3 2.0 153.2 2.0 144.0 1.0
100 0.8 199.3 2.0 183.2 2.0 174.0 1.0
125 Not recommended
160 Not recommended
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GEVEN Radial [-8°to -12.5° “5
NN 0
I Axial -8° 7

Face Milling ~ Shoulder Miling ~ Groove Miling

Ramping  Profiling

Plunge Milling  Helical Milling

Cast Iron | Exotic Alloy {8 Hardened Steel

Fig1 _ DCSFMS
CB
KWw
= ¥ g
2
° ty
D2
D1,
DC
DCX
BOdy (She" type) Dimensions (mm)
Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght .
Cat. No. Stockl bcx | DG |DGSFMS| LF | DCB | KWW | KDP | CBDP | D1 | D2 |ofTeeth| (kg) | 9
DMSL 06040RS05 [ J 40 32.3 33 40 16 8.4 5.6 18 14 9 5 0.20 |1
06040RS06 ([ J 40 32.3 33 40 16 8.4 5.6 18 14 9 6 0.20 |1
06042RS06 42 34.3 33 40 16 8.4 5.6 18 14 9 6 0.21 1
0 06050RS05 [ ] 50 42.3 41 40 |22 10.4 6.3 20 18 11 5 0.31 1
"g 06050RS08 o 50 42.3 41 40 |22 10.4 6.3 20 18 11 8 0.30 |1
= 06052RS08 52 44.3 41 40 |22 10.4 6.3 20 18 11 8 0.31 1
06063RS08 63 55.3 50 40 |22 10.4 6.3 20 18 11 8 052 |1
06066RS08-27 66 58.3 55 50 |27 12.4 7 22 20 14 8 0.69 |1
06080RS09 “80 72.3 55 50 |27 12.4 7 22 20 14 9 094 |1
- DMSL 06050R05 () 50 42.3 41 40 |22.225 8.4 5 20 18 11 5 032 |1
Q 06050R08 ([ 50 42.3 41 40 |22.225 8.4 5 20 18 11 8 0.30 |1
- 06063R08 63 5518 50 40 |22.225 8.4 5 20 18 11 8 0.53 | 1

Parts

Flat Insert Screw | Integrated Wrench

Anti-seizure Cream

S €/

4

BFTX02507IP | 2.0 | TRDRO8IP

SUMI-P

H1 66 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)

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

Identification Code

DMSL 06 066 R S 08-27

Series Code

Insert

Size

Max. Dia.

Feed Metric Number Mounting

Direction Bore of Teeth

Size



D Steel Cast Iron | Exotic Alloy |8 Hardened Steel

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting|  |Ba|[3] (3] 84| | | Fio 1
Process| General-purpose || (3|2 (3|3 238|458 9 ﬁ
H V4 | M4
Roughing b B @ o 1)
218/18/8/8/8/18/818| wore N
IO IO|I0O|0|O|W| O . .
Cat. No. i NIDIS DN N B R;Es Fig N~z e o]
[GRN @) O .
QR|2|2|2|%|R|2 | <O
LNMU 06T3ZNER-G ® 000006006 e 10 1
Recommended Cutting Conditions
ISO{Work Material Hardness Cutling Speed Ve {m/min) Foed Rata fz (mm/l) Insert Grades

Min. - Optimum - Max. | Min. - Optimum - Max.
General Steel| Below 280HB | 100- 160 -250 1.0- 1.5 -2.0
Alloy Steel | Below 280HB | 100- 160 -200 1.0- 1.5 -1.8 | ACU2500/ACP2000/ACP3000
Alloy Steel | Below 42HRC | 100- 150 -180 0.8- 1.0 -1.2

Stainless Steel = 80- 120 -150 0.8- 1.0 -1.2 | ACU2500/ACS2500/ACS3000
Cast Iron — 100- 160 -250 1.0- 15 -1.38 ACU2500/ACK2000/ACK3000
Heat-Resistant Alloy| = 20- 30 -40 0.3- 0.5 -0.7
ACU2500/ACS2500/ACS3000
Ti Alloy = 30- 50 -70 0.4- 0.6 -0.8
Hardened Steel| Below 52HRC 80- 100 -120 0.3- 0.5 -0.7 ACU2500/ACP3000

- The above figures are guidelines for use with BT50 machine tools at depth of cut (ap) of 0.75mm.
- The above recommended cutting conditions may require adjustment depending on machine rigidity
and work rigidity.

SJ19)1n
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® mark: Standard stocked item (new product/expanded item) H1 67



Rake Radial | -7°to-10° 3
mm
Angle Axial -6°

15’

Face Milling  Shoulder Ming

Groove Miling

Ramping  Profiling

Cast Iron | Exotic Alloy | Hardened Steel

Plunge Millng ~ Helical Miling

Parts

Flat Insert Screw
Applicable

Integrated

Detachabl

le Wrench

Anti-

Wrench

Handle
Grip

Bit

seizure
Cream

Cutter @ @

/

/

4

DMSWOB160R(S)10

Other than above BFTX0513IP | 5.0

TRDR20IP

SUMI-P

HPL2025

TRB20IP

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5
DCSFMS
DCSFMS DCSFMS DCSFMS DCSFMS 266.7 014
N DGB N DCB N DCB N DGB N DB
o0 ELQ et 2 § 2 K 5 2 K 5 2 y
25 . P J &Y Vil .
==
23 L L C L
m ‘g% ‘ D1 D1 D1
DC DC DC DC
DCX DCX DCX DOX
BOdy (She" type) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height | Hole Dia. |Keyway Width Keyway Depth| Mounting Depth |~ Bolt Bolt Boit  |Number of| Weight Fig
T &»| DCX | DC |[DCSFMS| LF DCB | KWW | KDP |CBDP| D1 D2 D3 Teeth (kg)
DMSW 08050RS04 [ 50 | 334 4 40 |22 10.4 6.3| 20 16.7 | 11 — 4 0.25 |1
08050RS05 o 50 | 334 41 40 |22 10.4 6.3| 20 16.7 | 11 = 5 0.24 |1
08052RS04 52 | 354 41 40 (22 10.4 6.3| 20 16.7 | 11 — 4 0.27 |1
08052RS05 52 | 354 41 40 |22 10.4 6.3| 20 16.7 | 11 = 5 0.25 |1
08063RS04 o 63 | 46.4 50 40 |22 10.4 6.3| 20 18 11 — 4 0.46 |1
08063RS05 o 63 | 46.4 50 40 (22 10.4 6.3| 20 18 11 = ) 0.46 |1
08063RS06 ([ 63 | 46.4 50 40 (22 10.4 6.3| 20 18 11 — 6 0.44 |1
= o 08063RS05-27 |@ 63 | 46.4 50 50 |27 124 7 22 20 14 = 5 0.55 |1
S |= 08063RS06-27 |@® 63 | 46.4 50 50 |27 12.4 7 22 20 14 — 6 0.53 |1
"_C'-' § 08066RS05-27 66 | 494 50 50 |27 12.4 7 22 20 14 = 5 0.60 |1
K= 08066RS06-27 66 | 49.4 50 50 |27 12.4 7 22 20 14 — 6 0.58 |1
= 08080RS06 ® 80 | 633 55 50 (27 12.4 7 22 20 14 = 6 0.88 |1
08080RS08 ® 80 | 63.3 55 50 |27 12.4 7 22 20 14 — 8 0.84 |1
08085RS06 ‘85 | 68.3 55) 50 |27 124 7 22 20 14 = 6 1.01 |1
08085RS08 ‘85 | 68.3 55 50 |27 12.4 7 22 20 14 — 8 0.99 |1
08100RS06 ® 100 | 833 70 50 |32 14.4 8 32 46 = = 6 129 |3
08125RS08 @ 125 | 108.3 80 63 |40 16.4 9 29 52 29 — 8 2.41 |1
08160RS10 @®| 160 | 143.3 | 100 63 |40 16.4 9 29 90 = = 10 473 |5
DMSW 08050R04 ([ 50 | 334 41 40 |[22.225| 8.4 5 20 16.7 | 11 — 4 0.25 |1
08050R05 o 50 | 334 41 40 |[22.225| 8.4 5 20 16.7 | 11 = 5 0.24 |1
08063R04 o 63 | 46.4 50 40 |[22.225| 8.4 5 20 18 11 — 4 0.46 |1
08063R05 [ 63 | 46.4 50 40 |[22.225| 8.4 5 20 18 11 = 5 0.46 |1
5 08063R06 o 63 | 46.4 50 40 |[22.225| 8.4 5 20 18 11 — 6 0.44 |1
£ 08080R06 ® 80 | 63.3 70 63 [31.75 | 12.7 8 32 27 18 = 6 132 |1
08080R08 @ ‘80 | 633 70 63 |31.75 | 12.7 8 32 27 18 — 8 1.28 |1
08100R06 @®| 100 | 833 70 63 |31.75 | 12.7 8 32 46 27 18 6 1.75 |2
08125R08 @® 125 | 108.3 80 63 |38.1 15.9 10 35.5 55 30 — 8 2.55 |1
I 08160R10 @ 160 | 1433| 100 | 63 [50.8 | 191 | 11 | 38 72 — — | 10 | 418 |4

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 hexagonal socket bolt (metric specification: M12 x 30 to 35mm,
inch specification: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Identification Code

DMSW 08 063 R S 05-27

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

H1 68 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



D Steel Cast Iron | Exotic Alloy |8 Hardened Steel

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting| |Ea|@] |(3] [H4] | |
Process| General-purpose |58\l | [2|[2| 3| (3|24 24|44
Roughing ) [PII K] Fig 1
O ololo|lo|o|o|o|o
O|I0|I0|0|0|0 (0[O |O| |nscribed
Vv o9 9 90| 9 " Thickness | Corner Radius | .
Cat. No. NNIN|S (DS |8 ame | TEgem | Come e g
Q|g|o|c|o|o|g|o|a| €
X (|| <X || <
WNMU 0807ZNER-L ¢P|®| |@ @ eleje 13 7 16 |1 S
WNMU 0807ZNER-G ® e 0006 o o oo 13 7 1.6 1
WNMU 0807ZNER-H gD |®| |@|@® eel® 13 7 16 |1

Recommended Cutting Conditions

Cutting Speed vc (m/min)|  Feed Rate fz (mm/t)
Min. - Optimum - Max. | Min. - Optimum - Max.

General Steel| Below 280HB | 100- 160 -250 1.0- 15 -20
Alloy Steel | Below 280HB | 100- 160 -200 1.0- 1.5 -1.8 | ACU2500/ACP2000/ACP3000
Alloy Steel | Below 42HRC | 100- 150 -180 0.8- 1.0 -1.2

I1SO|Work Material Hardness Insert Grades

Stainless Steel = 80- 120 -150 0.8- 1.0 -1.2 ACU2500/ACS2500/ACS3000
Cast Iron — 100- 160 -250 1.0- 1.5 -1.8 | ACU2500/ACK2000/ACK3000
Heat-Resistant Alloy = 20- 30 -40 0.3- 0.5 -0.7
ACU2500/ACS2500/ACS3000
Ti Alloy = 30- 50 -70 0.4- 0.6 -0.8
Hardened Steel| Below 52HRC 80- 100 -120 0.3- 0.5 -0.7 ACU2500/ACP3000

- The above figures are guidelines for use with BT50 machine tools at depth of cut (ap) of 1.5mm.
- The above recommended cutting conditions may require adjustment depending on machine rigidity and
work rigidity.

SJ19)1n
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® mark: Standard stocked item (new product/expanded item) H1 69



Cast Iron | Exotic Alloy {8 Hardened Steel

TTl Radial [-125°t0-165°] fy 5 -
NN Axial -8 . 17

Face Miling  ShouderMiling ~ Groove Millng ~ Ramping Profiing  Plunge Miling ~Helical Millng

Fig 1
< | =
2% g8 = -
= [a)
—_ "5 J
=0 LH
m LF
BOdy (Shank type) Dimensions (mm)
S Max. Dia. Dia. Shank Head Overall Length Number of . )
Cat. No. &  bcx DC DMM LH LF Teeth Weight (k) | Fig
DMSL 06016E02 [ 16 8.4 16 30 110 2 0.15 1
06018E02 ([ 18 10.4 16 30 110 2 0.15 1
06020E03 (] 20 12.4 20 50 130 3 0.27 1
06020E04 ([ J 20 12.4 20 50 130 4 0.27 1
06022E03 o 22 14.3 20 50 130 3 0.29 1
06022E04 o 22 14.3 20 50 130 4 0.29 1
06025E04 o 25 17.3 25 60 140 4 0.46 1
® 06025E05 o 25 17.3 25 60 140 5 0.46 1
I-‘I:-’ 06028E04 (] 28 20.3 25 60 140 4 0.49 1
= 06028E05 ([ J 28 20.3 25 60 140 5 0.48 1
= 06030E05 ([ 30 22.3 32 70 150 5 0.81 1
06032E05 (] 32 24.3 32 70 150 5 0.82 1
06032E06 o 32 24.3 32 70 150 6 0.82 1
06035E05 ([ J 35 27.3 32 50 150 5 0.88 1
06040E06 40 32.3 32 50 150 6 0.91 1
BOdy (Long Shank type) Dimensions (mm)
f) Max. Dia. Dia. Shank Head Overall Length Number of . q
Cat. No. 2|  box DC DMM LH LF Teeth Weight (k) |Fig
DMSL 06016EL02 o 16 8.4 16 70 150 2 0.19 1
06018EL02 o 18 10.4 16 50 150 2 0.21 1
06020EL03 (] 20 124 20 80 160 3 0.33 1
06022EL03 ([ J 22 143 20 60 160 3 0.36 1
06025EL04 o 25 17.3 25 100 170 4 0.54 1
06028EL04 ([ J 28 20.3 25 60 170 4 0.60 1
06030ELO5 o 30 22.3 32 120 200 5 1.01 1
06032EL05 o 32 24.3 32 120 200 5 1.06 1
06035EL05 (] 35 27.3 32 60 210 5 1.21 1
06040EL06 40 32.3 32 60 210 6 1.24 1
I Parts Identification Code
Flat Insert Screw | Integrated Wrench |Anti-seizure Cream D M S L 0 6 0 2 5 E L 0 4
@ @ / % Series Code Insert Max. Dia.  Shank Lng Number
Size type Shank of Teeth
BFTX02507IP | 2.0 | TRDRO8IP SUMI-P

H1 70 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



D Steel Cast Iron | Exotic Alloy |8 Hardened Steel

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting|  |Ba|[3] (3] 84| | | ,
Process| General-purpose || (3|2 (3|3 238|458 Fig1 ﬁ
Roughing i @ @ = 10
R RS el
Cat. No. NN oS YDA o6 R;Es Fig N~ e
212122228181 o
LNMU 06T3ZNER-G ® 0 0 0 0o 0006 10 1

Recommended Cutting Conditions

q Cutting Speed vc (m/min)|  Feed Rate fz (mm/t)
EOE L Ll REIEIESS Min. - Optimum - Max. | Min. - Optimum - Max.

General Steel| Below 280HB | 100- 160 -250 1.0- 15 -2.0
Alloy Steel | Below 280HB | 100- 160 -200 1.0- 1.5 -1.8 | ACU2500/ACP2000/ACP3000
Alloy Steel | Below 42HRC | 100- 150 -180 0.8- 1.0 -1.2

Insert Grades

Stainless Steel = 80- 120 -150 0.8- 1.0 -1.2 | ACU2500/ACS2500/ACS3000
Cast Iron — 100- 160 -250 1.0- 15 -1.38 ACU2500/ACK2000/ACK3000
Heat-Resistant Alloy = 20- 30 -40 0.3- 0.5 -0.7
ACU2500/ACS2500/ACS3000
Ti Alloy = 30- 50 -70 0.4- 0.6 -0.8
Hardened Steel | Below 52HRC 80- 100 -120 0.3- 0.5 -0.7 ACU2500/ACP3000

- The above figures are guidelines for use with BT50 machine tools at depth of cut (ap) of 0.75mm.
- The above recommended cutting conditions may require adjustment depending on machine rigidity and
work rigidity.

SJ19)1n
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Cast Iron | Exotic Alloy {8 Hardened Steel

Rake Radial |-10°to-13° 3mm

Angle IXT] S 15°
Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Plunge Miling  Helical Milling
Fig 1
« '
gl Q s
a D‘*L g
LH
LF
BOdy (Shank type) Dimensions (mm)
S Max. Dia. Dia. Shank Head Overall Length Number of - A
cat. No. &|  Dbcx DC DMM LH LF Teeth Weight (kg) |Fig
DMSW 08035E02 [ ] 35 18.6 32 50 150 2 0.85 1
08040E03 [ ) 40 23.5 32 50 150 8 0.86 1
08050E03-42 (] 50 33.4 42 50 150 3 1.51 1
08063E04-42 63 46.4 42 50 150 4 1.66 1
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
BOdy (Long Shank type) Dimensions (mm)
S Max. Dia. Dia. Shank Head Overall Length Number of . q
Cat. No. 5| Dbex DC DMM LH LF Teeth Weight (k) | Fig
DMSW 08035EL02 [ J 35 18.6 32 60 210 2 1.21 1
08040EL03 [ J 40 23.5 32 60 210 3 1.22 1
08050EL03-42 | @ 50 33.4 42 50 250 3 2.54 1
08063EL04-42 63 46.4 42 50 250 4 2.68 1

Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.

Parts Identification Code
Flat Insert Screw | Integrated Wrench | Anti-seizure Cream DM SW 08 050 E L 03 - 42
@ @ / % Series Code Insert Max. SEK IEg Number  Shank Dia.
Size Dia. type Shank of Teeth

BFTX0513IP | 5.0 | TRDR20IP | SUMI-P

H1 72 @ Recommended Tightening Torque (N-m)



D Steel Cast Iron | Exotic Alloy |8 Hardened Steel

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting| |Ea|@] |(3] [H4] | |
Process| General-purpose |58\l | [2|[2| 3| (3|24 24|44
Roughing |58 g ® Fg1
O ololo|lo|o|o|o|o
O|I0|I0|0|0|0 (0[O |O| |nscribed
Vv o9 9 90| 9 " Thickness | Corner Radius | .
Cat. No. Ssilisils | S| S| S | e (TS [Senm S g
Q|g|o|c|o|o|g|o|a| €
X (|| <X || <
WNMU 0807ZNER-L gD/ ®| (@@ elele| 13 7 16 |1 S
WNMU 0807ZNER-G ® 0 06 0o o o6 e e 13 7 1.6 1
WNMU 0807ZNER-H gD |®| |@|@® eel® 13 7 16 |1

Recommended Cutting Conditions

Cutting Speed vc (m/min)|  Feed Rate fz (mm/t)
Min. - Optimum - Max. | Min. - Optimum - Max.

General Steel| Below 280HB | 100- 160 -250 1.0- 15 -20
Alloy Steel | Below 280HB | 100- 160 -200 1.0- 1.5 -1.8 | ACU2500/ACP2000/ACP3000
Alloy Steel | Below 42HRC | 100- 150 -180 0.8- 1.0 -1.2

I1SO|Work Material Hardness Insert Grades

Stainless Steel = 80- 120 -150 0.8- 1.0 -1.2 ACU2500/ACS2500/ACS3000
Cast Iron — 100- 160 -250 1.0- 1.5 -1.8 | ACU2500/ACK2000/ACK3000
Heat-Resistant Alloy = 20- 30 -40 0.3- 0.5 -0.7
ACU2500/ACS2500/ACS3000
Ti Alloy = 30- 50 -70 0.4- 0.6 -0.8
Hardened Steel | Below 52HRC 80- 100 -120 0.3- 0.5 -0.7 ACU2500/ACP3000

- The above figures are guidelines for use with BT50 machine tools at depth of cut (ap) of 1.5mm.
- The above recommended cutting conditions may require adjustment depending on machine rigidity and
work rigidity.
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VIDEO OF
CUTTING %
E R

B Features

SEC-WaveMill WFXH types are high performance multi-functional

cutters that use WFX series inserts to support roughing at high

feed rates and other milling applications.

(1) Stable, high-efficiency machining due to their superior sharpness

(2) Various milling applications are supported (ramping, helical milling)

(3) Various inserts for the WFX series can be used

(4) Applicable to various work materials
In addition to the general-purpose grade ACU2500, applicable
to various work materials, the new-generation coated carbide
grades XCU2500/XCK2000 are applicable to a wide variety of
machining

Modular type 1€ H269

Cutting force: High sharpness realises stable cutting Chips: Small and curled, low cutting temperatures

2000 WFXH type
(R1.6-G type Chipbreaker)

o
8

Cutting Force (N)
=
8

o
8

WFXH type Competitor's Product WFXH type Competitor's Product A Competitor's Product B
%Zrlk Meteral \?v5|9>?H12063Rs (5 fluted) Work Material : S50C
. e A Tool : WFXH12063RS, SOMT120416PDER-G (ACP200)
Cutting Conditions : vc = 200m/min, fz = 1.0mm/t, ap = 0.5mm, . . .
Cutting Conditions: vc = 200m/min, fz = 1.0mm/t, ap = Tmm, ae = 35mm, Dry
ae = 44mm, Dry
B Chipbreaker Selection B Chipbreaker
Work Material PRE KNS o Selection Guide
- Light Cutting, Low Rigidity Milling Main Chipbreaker Roughing, Heavy Interrupted B
Rt and Reduction of Burrs General-purpose to Interrupted Milling | Cutting and Hardened Steel Milling For Non-Ferrous Metals 3 L
Tm General-purpose
Features Low Cutting Force General-purpose type High Strength type Sharp Edge 8 Light (Standard)
o N
L type G type H type S type g G
&
kel
Chipbreaker "'é, H
g Heavy Cutting
Cutting Edge Strength — Heavy
0.05mm 0.1mm 0.15mm
08 Series N 25°
Cross Section 20 ° 15° 10
0.05mm 0.1mm 0.2mm
12 Series 570
Cross Section 25° 15° 15°

H174



SEC-WaveMill

WFX

B Precautions for Use (1) Precautions for corner milling

* Corners will have unmachined surfaces or gouges with respect to the

expected corner profile.

Fig 1

Unmachined

surfaces

\ \\%ﬂ“\

A

Corner Radius

Fig 2

Unmachined
surfaces

\ \\Qﬁenﬂ)\

Gouging
Ty

‘Corner Radius

WFXHO08000RS type Dimensions (mm)
Corner SOMT080OO04-0 (RED.4) SOMT080OO08-O (RED.8) SOMT08OO12-0 (RE1.2)
Radius | Umahinedsufaces| Gouging Fig Unmachined suraces| Gouging Fig Unmchined surfaces | Gouging Fig

2.0 1.41 0 1 1.30 0 1 1.21 0 1

25 1.30 0.02 2 1.19 0.01 2 1.09 0 1

3.0 — — — — — 0.98 0.05 2
WFXH12000RS type

Dimensions (mm)

Corner SOMT120004-0 (REO0.4)

SOMT120008-0 (REO.8)

SOMT120012-0 (RE1.2)

SOMT120016-0 (RE1.6)

Radius | Unmachinedsifaces| Gouging Fig Unmachined sufaces| Gouging Fig Unmachined sufaces| Gouging Fig Unmachined sufaces| Gouging Fig
2.0 2.58 0 1 2.48 0 1 2.37 0 1 2.25 0 1
2.5 2.47 0 1 2.37 0 1 2.25 0 1 2.14 0 1
3.0 2.36 0 1 2.26 0 1 2.14 0 1 2.11 0 1
3.5 2.24 0.01 2 2.14 0 1 2.03 0 1 1.91 0 1
4.0 — — — 2.03 0.04 2 1.91 0.03 2 1.8 0.01 2

B Precautions for Use (2) The cutting diameter DC differs depending on the insert used.
We recommend using WFXH type with large corner radius inserts.

DCSFMS
DCB
KW'
_ =
g/
(@)
D1
DCX
e e RO.8 o R1.2 R1.6
- [WFXH 08025M1222 | 25 10.4 10.9 1.5 —
. 08032M1223| 32 17.4 17.9 18.5 —
WFXH 08040RS 40 25.4 25.9 26.5 =
08050RS 50 35.4 35.9 36.5 -
08050RS-Z6 | 50 35.4 35.9 36.5 —
08063RS 63 48.4 48.9 49.5 =
+ [WFXH 12040M1273 |40 16.6 17.1 17.5 18.1
+ [WFXH 12050RS 50 26.6 27.2 27.7 28.2
12063RS 63 39.5 40.0 40.4 411

* mark: Modular Tools I€£" H269

SJ19)1n
PR ety Setioio SR |Gy | oot | [ pemsent [t | pamems [T < Boid
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H Helical Milling and Ramping

Helical Milling

For minimum diameter

For maximum diameter

|

o
£8
= ?
=
(6] // 7, ///2 E— 7!F{amp Angle
Helical Milling Ramping Helical Milling Ramping
Insert Cat. No. DC (mm) Insert Cat. No. DC (mm)
Min. Dia.|Max. Dia.| Maximum Ramp Angle Min. Dia.|Max. Dia.| Maximum Ramp Angle
25 35 49 1.5° 40 56 79 1.0°
32 49 63 0.5° SOMT120004-0O0 50 76 99 0.5°
SOMT080004-0 40 65 79 0.5° 63 | Impossible | Impossible|  Impossible
50 |Impossible | Impossible Impossible 40 56 78 1.5°
63 | Impossible | Impossible |  Impossible SOMT120008-0 50 76 98 1.0°
25 85 48 B 63 102 124 0.5°
= 32 49 62 1.5° 40 B9 77 2.5°
|.°.|.’ SOMT08C008-00 40 65 78 1.0° SOMT120012-O0 50 75 97 1.5°
S 50 85 98 0.5° 63 | 101 123 1.0°
T 63 | 111 124 0.5° 40 55 76 3.5°
25 34 47 4.5° SOMT120016-00 50 75 96 2.0°
32 48 61 2.5° 63 101 122 1.5°
SOMT0800O12-00 40 64 77 1.5°
50 84 97 1.0°
63 110 123 0.5°
I B Maximum Depth of Cut when Plunging
Insert Max. Depth of Cut
Cat. No. ae(max)
SOMTO08 6mm
SOMT12 | 10mm
ae(max)
I Lower the feed rate when plunging.
B Recommended Cutting Conditions
; 025 232 240 250 263
Work Material gs‘zn Cutting /SF.’eed '”si’;‘ Cat—p fz ap fz ap fz ap fz ap fz
e e ° | (mm) | mmA) | (mm) | mmA) | (mm) | mmA) | (mm) | mmA) | (mm) | mm)
2 General Steel 4RO SOMTO08 | 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8
Below 200HB ;;%UPZSO%O 100-150-200 SOMT12 — — — — 1.0 1.0 1.0 1.0 1.0 1.0
[DAlloy Steel XCU2500 | 80-130-180 SOMTO08 | 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8
Below 45HRC SOMT12 — — — — 0.8 1.0 0.8 1.0 0.8 1.0
(M] Stainless Steel| ACU2500 80-120-150 SOMTO08 | 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7 0.8 0.7
SUS304, etc. ACM300 SOMT12 — — — — 1.0 0.8 1.0 0.8 1.0 0.8
ACU2500 SOMTO08 | 0.8 1.0 0.8 1.0 0.8 1.0 0.8 1.0 0.8 1.0
[@ Castlron | ACK200
FC,FGD | xCUzsop | 1007190°200 — | = | = | = |10 |12 ] 10 | 12 | 10 | 12
XCK2000 SOMT12 g . d . d .
(3] Hardened Steel an. SOMTO08 | 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5
Below 50HRC ACK300 40- 80-100 SOMT12 — — — — 0.6 0.8 0.6 0.8 0.6 0.8

- The above recommended cutting conditions may require adjustment depending on machine rigidity and work rigidity.
The above figures are guidelines for use with BT50 machine tools.

- The above recommended cutting conditions assume a tool overhang length of L/D=3 (i.e. overhang length of 3 times tool diameter) or less.
When tool overhang is more than L/D = 3 and less than or equal to L/D=5, settings should be adjusted to approximately 70 to 80% of those indicated in the
above recommended cutting conditions (ap, fz ).
When tool overhang is more than L/D = 5 and less than or equal to L/D=8, settings should be adjusted to approximately 50 to 60% of those indicated in the
above recommended cutting conditions (ap, fz ).
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SEC-WaveMill

WFX

Rake Radial -6°

150

P

Steel

Cast Iron  NonFerousied  Exotic Alloy |5 Hardened Steel

* If the cutting edge strength for high-efficiency milling of non-ferrous metal is insufficient,

try a G-type chipbreaker (ACK300).

Parts

Identification Code

Flat Insert Screw

Wrench

Anti-seizure Cream

S e/

a

WFXH 08 040 RS - Z6

BFTX0306IP | 2.0 [TRDRO8

IP

SUMI-P

NN Axial 6 15’
Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Plunge Miling ~ Helical Milling
Fig 1 DCB DCSFMS
KWW
- g
519 o
(&)
: +
=3
D2
D1
o m
DCX
BOdy Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia.  [Keyway Widith| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fig
B & | DCX DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg)
o WFXH 08040RS ® 40 26.5 33 40 16 8.4 5.6 18 14 9 4 0.2 1
= 08050RS ® 50 36.5 41 40 22 10.4 6.3 20 18 11 5 0.3 1
% 08050RS-Z26 | ® 50 '36.5 4 40 22 10.4 6.3 20 18 11 6 0.3 1
08063RS ® 63 49.5 50 40 22 10.4 6.3 20 18 11 6 0.5 1
Inserts are sold separately.
*indicates value with corner radius 1.2 inserts mounted. Refer to H175 for details.
=
Insert Dimensions (mm) ‘g_
Grade Classification Coated Carbide Cemented Catice) DLC | Cermet ('.11
High-speed/Light Cutting R | | [E Ky [N] 2
Process| Medium Cutting |G |62 | |FeW || |24)E8 [N}
Roughing 2 @ | a
[olle] o oo
8088808800 8 g Corner
Cat. No. = § ola|e 5 giglgg = g 3 Radius | Fig
Slg|2|22|g/21R8|8] T 3| F | ke
SOMT 080304PZER-L © © © © © ®© © © O © — — 04 |1 RE
080308PZER-L © © © © ®© © © @ 0 O — — 08 |1
SOMT 080304PZER-G (@ @ @ @ @@ @ o0 o — 04 |1 JHA]
080308PZER-G © ®© © © © © © © © © — — 0.8 |1 o &ﬂ
080312PZER-G (© © © © ®© ®© © © 0 O — 1.2 |1
SOMT 080308PZER-H © © © © © ®© © © O O — — 0.8 |1 8.0 3175
080312PZER-H © © © © @& ® © @ o o — — 1.2 |1 ‘
SOET 080304PZER-G |® © © © © ®© © © O O - - [ J 04 |1
080308PZER-G © ® © © © © ©¢ ® © O — — [ ] 0.8 |1
080312PZER-G (© ®© © © © © © © 0 © = = [ J 1.2 |1
SOET 080302PZFR-S " |—|—|—|—|—|—|—|—|—|— [ J o — 02 |1
080304PZFR-S " |—|—|—|—|—|—|—|—|—|— ([ J o = 04 |1
080308PZFR-S* |—|—|—|—|—|—|—|—|—|— [ J [ — 0.8 |1

Series Code

Inse

rt

Size

Max. Dia.

Metric
Bore

Fine Pitch type

(with no. of teeth)

Recommended Cutting Conditions 1€ H176 IS ER{TAUETY Lonl L k)

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)

H177



Cast Iron | Exotic Alloy {8 Hardened Steel

Rake Radial -6° 2 5mm 5
I Axial 6° . 15

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Plunge Miling ~ Helical Milling

Fig 1 DCB DCSFMS
KWW
o o
o
=)=
o L/ 5
D2
D1
DC
DCX
BOdy Dimensions (mm)
Cat. No _(;) Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght Ei
e & | DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
2| WFXH 12050RS (@ 50 28.2 41 40 22 10.4 6.3 20 18 11 4 0.3 1
2 12063RS (@ 63 ‘411 50 40 22 10.4 6.3 20 18 11 5 0.4 1
Inserts are sold separately.
*indicates value with corner radius 1.6 inserts mounted. Refer to H175 for details.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cattide| DLC | Cermet
High-speed/Light Cutting FR | [RE |4 Ky [N]
Process| Medium Cutting A A < < | [N]
Roughing K] [P] Fig 1
oo
88§§§§§§§§ 8 g Corr.ler RE
Cat. No. SISaja|a|gx ¥ sz T = 3 SN Eig
R R|<|< || a) ~ ,\?ﬁ/]
SOMT 120408PDER-L (®© © ®© © © 6 © © & & — — — 0.8 |1 o &ﬂ
SOMT 120404PDER-G (© © © © © © © © & & = = 04 |1
120408PDER-G (@ (@ © @ @@ @ @ @ ® — | — ° 08 |1 s 76
120412PDER-G (© ( © 6 @ © © 6 © 6 & = = 12 |1
120416PDER-G © © | ®© © © ©¢ 6 @ 06 O — — 1.6 |1
SOMT 120408PDER-H © © © © © © © ®© @6 & = = 0.8 |1
SOET 120408PDFR-S ~ | — |—|—|—|—|—|—|—|—|—| @ [ J — 0.8 |1

* If the cutting edge strength for high-efficiency milling of non-ferrous metal is insufficient, Precautions for Use 1€ H175
try a G-type chipbreaker (ACK300).

Parts Identification Code
Detachable Wrench | Anti-
Flat Insert Screw | Handle Bit seizure WFXH 12 050 RS
CGrip Cream Series Code Insert Max. Dia.  Metric

BFTX03512IP| 3.0 |[HPS1015| TRB15IP |SUMI-P

H1 78 @ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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(1)
(2)
(3)
(4)
(5)

H180

M Features

The SEC-Metal Slash Mill MSX type is a multi-purpose cutter capable of
roughing at ultra-high feeds.
Its wide application range dramatically boosts efficiency.

Inserts are available in four sizes, ranging from g16mm to the large
diameter 100mm model,
to cover a wide variety

of milling needs.

(4)
(2)

1 |Higth Durable Body| Special surface treatment improves scratch resistance

2 |VersatileMachiningOperations| Enables ramping, helical milling, and drilling

| Double Clamp | Stable milling with a strong clamp is possible (Dia.22mm or smaller MSX06000 type and MSX08000 type cuiters only use a single clamp)

H Insert Applications and Types

- Insert utilises a special cutting edge profile
- Economical, three-cornered insert

B Cutting Performance

@® Comparison of Cutting Force

5 | Insert Shape | Unique tool shape combines sharpness and cutting edge strength

4 |With Coolant Ho|e| Improved chip evacuation with air or coolant supply hole and specially shaped pocket design

Type

General-purpose type

Strong Edged

Applications

General Milling (First Recommendation)

Interrupted Cutting

Appearance
/

Features

Sharper Edge

Emphasis on Fracture Resistance

M SX type

Conventional Tool

Cutting Force (N)

Low vibration, stable machining

[Heavyyvibration§unstablelmachining]

Cutting Force (N)

Work Material: S50C

Cutting Conditions: vc = 150m/min, fz = 1.0mm/t, ae = 25mm, ap = 2mm

@ Shoulder Milling Comparison of MSX type and

Conventional Tool

Cutting force is consistent even
when depth of cut is increased,
enabling stable cutting performance.

MSX type Conventional Tool
Performs under high conditions Prone to chatter
MSX type

Greater depth of cut increases
contact length, which increases
cutting force.

B Product Range

o) Max. Diameter (mm)

3 Cat. No. Applicable Inserts

= 016 | 217 | 0618 | 20 | 022 | 025 | 628 | 830 | 232 | 835 | 240 | 650 | 863 | 280 |2100
MSX 08000RS (4] WDMT 08 type
MSX 12000RS (4 BN 5] WDMT 12 type
MSX 14000R 0 0
MSX 14000RS ® O 60 0O WwWDMTi4type
MSX 06000E(S/M) O 0 60 6 6 6 WDMT 06 type
MSX 08000E(S/M) ® 6 60 06 [N 3) WDMT 08 type
MSX 12000E(S/M) O 606 6 O WDMT 12 type
MSX 14000E(S/M) O 6 0 WDMT 14 type
MSX 06000M (2) O 606 66 WDMT 06 type
MSX 08000M O 060 6 6 6 WDMT 08 type
MSX 12000M ® 6 6 WDMT 12 type

Number in @@®® shows the number of teeth Inch Bore Modular type " H270




SEC-Metal Slash Mill

MSX s

H Precautions for Corner Finishing * Corners will have unmachined surfaces or gouges with respect to the expected corner profile.

Flg 1 Flg 2 Corner Radius Amount of
Corner Radius engagement
Unmachined Unmachined
surface surface
Corner MSX06000 MSX08000 MSX12000 MSX14000
Radius | Unmachined surface | Anourtofengegement| ~~ Fig | Unmachined surface | Amourtof engagement| ~~ Fig Unmchined surace | Amourtof ngagement| ~ Fig Unmachined surace | Amountof engagement| ~ Fiig
2.0 | 0.408 0 1 0.735 0 1 1.312 0 1 1.642 0 1
2.5 | 0.263 0.087 2 0.593 0 1 1171 0 1 1.501 0 1
3.0 0.451 0.031 2 1.030 0 1 1.360 0 1
3.5 0.888 0.001 2 1.219 0 1
4.0 1.078 0.016 2
(mm) (mm) (mm) (mm)
B Ramping and Helical Milling
Helical Milling
For minimum diameter For maximum diameter

| oD

oD

Max. ap or below

Maximum
Ramp Angle

7 \ %

""""""" 7 .
Centre uncut portion cannot be removed by Centre uncut portion can be removed by
traverse cutting with the same cutter. traverse cutting with the same cutter.
DC MSX06000 MSX08000 MSX12000 MSX14000
(mm) Ramping (°)|Helical Milling (mm)|Ramping (°)|Helical Milling (mm)|Ramping (°)|Helical Milling (mm)|Ramping ()| Helical Milling (mm)
WaimumRampArge | Min. Dia. |Max. Dia. | laimmRampAge| Min. Dia. |Max. Dia. | MaimmRamAge | Min. Dia. |Max. Dia. | leimmRamige | Min. Dia. |Max. Dia.
16 6 21 30
17 5 23 32
18 4.5 25 34
20 3.5 29 38 7.5 25 38
22 3 33 42 5.5 29 42
25 2 39 48 4 35 48
28 3 41 54
32 25 49 62 6.5 42 62
35 2 55 68 48 68
40 2 65 78 58 78 6 53 78
50 .
63 103 124 2 99 124
80 1.5 133 158
100 1 173 198
(mm)
B Recommended Insert Cat. No. | Max. ap RE |Approx. RE

Cutﬂng Conditions WDMT 0603 1.0 1.5 2.0
WDMT 0804 1.5 2.0 2.5

WDMT 1205 | 2.0 2.0 3.0

S NIENTS)
s
~
®
©
®
w
5
~
%
©
®
SJ19)1n
PRRES snttlon Bwenimio SRS | Giopet | v | SRS seesmn [ | ponmeced [T o SOt

WDMT 1406 2.5 2.0 3.5 (ap Depth of Cut fz Feed Rate)
Cutting Shank type Shell type
Work | Insert Speed Insert Cat. 216 220 225 232 240 250/263 | ©80/0100
Material | Grades . No. ap | fz | ap | fz |ap | fz | ap | fz | ap | fz | ap | fz | ap | fz
ve (m/min) (mm) [(mm/4) (mm) |(mm/t)| (mm) ((mm/t)| (mm) [(mm/t)| (mm) [(mm/A)] (mm) [(mm/A)| (mm) [(mm/4),

Q WDMT 0603 | 0.8 | 0.8 | 0.8 | 0.8 | — — — — - - - - - -
General Steel ACP200/100-150-200 WOMT 9808 | — | = | 10| 10 10 121 20 1 32 = = = ol T T
Below 200HB womMT1406 | — | — | — | — | — | = | = | — |15|15]|15|15|15]|15
(P WDMT 0603 | 0.7 | 0.8 | 0.7 | 0.8 | — — — — - - - - - -
ey Steo ACP200/80-130-180| WAlEoP| = | = | @81 10 08 12 188 8 o | 14 |10 | 14| = | =
Below 45HRC WDMT1406 | — | — | — | — | — | — | — | — |18 ]15|183 15|13 |15
™M WDMT 0603 | 0.8 | 0.7 | 0.8 | 0.7 | — — — — - - - - - -
Stiless SteeACP300/80-120-150| WDMT 9808 | — | — | 10 08 1 10108 | 20 |08 | = | = | = | = = |~
SUS304, etc. womt1406 | — | — | — | — | — | — | — | — |15[13|15|13| 15|13
(K] WDMT 0603 | 0.8 | 1.0 | 0.8 | 1.0 | — — — — - - - - - -
Cast Iron ACK200 100-150-200 WDMT 0804 | — — (10|12 |10 |14 |10 |14 | — — — — - -
ACK300 WDMT 1205 | — — — — — — (12|15 |12 |15 |12 |15 | — =

FC, FCD WOMT1406 | — | — | — | — | — | — | — | — |15|18| 15|18 | 15| 1.8
m WDMT 0603 | 0.5 | 0.5 | 0.5 | 0.5 | — — - — - - - - - -
Hardened Steel ACK200 40-80-100 WDMT 0804 | — — | 05|06 |05|08|05|08| — — — — — | —
ardened oteell A 5 k300 WDMT1205 | — | — | — | — | — | — |06 |10 |06 10|06 |10| — | —
Below 50HRC WDMT1406 | — | — | — | — | — | — | — | — |10 [12 10|12 ]|1.0]|1.2

- 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 figures are guidelines for use with BT50 machine tools.
- The above recommended cutting conditions assume a tool overhang length of L/D=3 (i.e. overhang length of 3 times tool diameter) or less.
When tool overhang is more than L/D = 3 and less than or equal to L/D=5, settings should be adjusted to approximately 70 to 80% of those indicated in the above recommended cutting conditions (ap, fz ).
When tool overhang is more than L/D = 5 and less than or equal to L/D=8, settings should be adjusted to approximately 50 to 60% of those indicated in the above recommended cutting conditions (ap, z ).
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Steel Cast Iron [ Hardened Steel

e (1S gp] (200 o5 (25 o5 @

(08000 type) (12000 type) (14000 type) Face Milling ~ ShoulderMiling ~ Groove Miling  Ramping Profiling ~ Plunge Miling ~ Helical Milling
) DCSFMS ) DCSFMS
Fig 1 % T’ Fig 2 % DCB
X KWw 4
Y ! st
ot il o [
of 3 \ N Q B
£2> D1
D1
DoX DoX |
Body (Applicable Insert WDMTO08 type) Dimensions (mm)
Cat. No é Max. Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight i
T %| DCX |DCSFMS| LF DCB | Kww KDP | CBDP D1 D2 |ofTeeth | (kg |
©| MSX 08040RS o 40 37 45 16 8.4 5.6 18 13.5 9 4 0.2 1
©
=
Body (Applicable Insert WDMT12 type) Dimensions (mm)
Cat. No _<;> Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight Ei
T %| DCX |DCSFMS| LF DCB | Kww KDP | CBDP D1 D2 |ofTeeth | (kg |9
s |.¢| MSX 12050RS [ ] 50 47 50 22 10.4 6.3 20 18 11 4 0.3 1
S 1B 12063RS o 63 60 50 22 10.4 6.3 20 18 11 ) 0.6 1
w
' =
2
T  Body (Applicable Insert WDMT14 type) Dimensions (mm)
Cat. No é Max. Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight i
T %| DCX |DCSFMS| LF DCB | Kww KDP | CBDP D1 D2 |ofTeeth | (kg |9
o MSX 14050RS ([ J 50 a7 50 22 104 6.3 20 17 11 3 0.3 1
= 14063RS ([ J 63 60 50 22 10.4 6.3 20 18 11 4 0.6 1
2 14080RS |®| 80 76 63 27 12.4 7.0 25 20 13,5 5 14 |1
14100RS ® 100 96 63 32 14.4 8.5 32 44 = 6 2.2 2
5| MSX 14080R ([ J ‘80 76 63 31.75 12.7 8.0 32.5 28 17 5 1.3 1
£ 14100R ® 100 96 63 31.75 12.7 8.0 32.5 28 17 6 2.4 1
Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting| | || |
Process| General-purpose || 68| |
Roughing EAEA L Fig 1
8 8 8 8 Inscribed
it N | D | N | D | gigle |Mickness| Corner Radius Applicable . Ic
Applications Cat. No. % % 5 5 c s RE Cutter Fig
||| <
G I WDMT 0804ZDTR (@ ® @ @®| 385 4.0 2.0 MSX08000R type | 1
ol 12052DTR |® |® |® @] 12.0 |50| 2.0  |MSX12000R type | 1 e .
pure 1406ZDTR |® |®|® |®| 14.0 |60 2.0  |MSXI4000R type | 1
Honed WDMT 0804ZDTR-H ® ® @® @®| 8.5 |4.0 2.0 MSX08000R type | 1
o 12052DTR-H |® |® |® | @ | 12.0 | 50| 2.0  |MSX12000R type | 1
P 1406ZDTR-H |® |®|® |®| 14.0 |6.0| 2.0  |MSX14000R type | 1
Identification Code
Series Code  Insert Max. I@ N@c
Size Dia. Direction Bore
Parts
Detachable Wrench Lo
Integrated Clamp . Anti-seizure
Flat Insert Screw Wrench ng:idple Bit Plate C-Ring Cap Screw Cream
Applicable Cutter -
S
7 /e & |/
g e /L 7/ &
MSX08000R type | BFTX0306IP 2.0 | TRDROS8IP — — CCH3.5 | CR0O3 BFTX03510IP08
MSX12000R type | BFTX0409IP 3.0 — HPS1015 |TRB15IP |CCH3.5 | CR03 BFTX03510IP15 SUMI-P
MSX14000R type | BFTX0511IP 5.0 — HPL2025 |TRB20IP |CCH4.5 | CRO3 BFTX045131P20

H1 82 -m Recommended Tightening Torque (N-m)



SEC-Metal Slash Mill

MSX 06000

Rake

Radial | -3° to -8° I.l O
Angle °

Axial 8

20 1.5m

%0 12,00

00 2.5mm

(06000 type)

(08000 type)

(12000 type)

(14000 type)

Face Milling  Shoulder Miling ~ Groove Milling

Ramping

P

Steel

Profiling

Cast Iron | Hardened Steel

Plunge Millng ~ Helical Millng

Fig 1 (Single Clamp)

LH

LF

DMM h7|

Fig 2 (Double Clamp)

0[
[a]
A

DMM h7

Dimensions (mm)

Body (Applicable Insert WDMT12 type)

Dimensions (mm)

Body (Applicable Insert WDMTO06 type)

© | Max. Dia. | Shank Head  |Overall Length Number| Weight | . <5 | Max. Dia. | Shank Head  |Overall Length Number| Weight | .
Cat. No. S| DCX |DMM| LH | LF |of Teeth (kg) Fig Gzt Ve S/ DCX |DMM| LH | LF |of Teeth (kg) Fig
MSX 06016ES ® 16 16 30 | 110 2 0.2 (1 MSX 12032ES @ 32 32 70 | 150 2 0.8 |2
06016EM |@®| 16 16 70 | 150 2 0.2 |1 12032EM |@| 32 32 | 120 | 250 2 14 |2
06017EM |@| 17 16 20 | 150 2 0.2 (1 12035EM (@ | 35 32 50 | 250 2 14 |2
06018EM |@®| 18 16 20 | 150 2 02 |1 12040ES @ 40 32 50 | 150 B 09 |2
06020ES ® 20 20 50 | 130 3 0.3 |1 12040EM |@| 40 32 50 | 250 3 15 |2
06020EM |@®| 20 20 | 100 | 180 3 0.4 (1 12050EM | @| 50 42 50 | 250 4 26 |2
06022EM |(@| 22 20 30 | 180 3 04 (1
06025ES |@®| 25 | 25 60 | 140 | 3 | 05 |1| Body (Applicable Insert WDMT14 type) Dimensions (mm)
06025EM ® 25 25 120 250 3 0.8 1 Cat. No § Max. Dia.| Shank Head | OverallLength|[NUmber Welght Flg
: o &% | DCX [DMM | LH LF |of Teeth| (kg)
Body (Applicable Insert WDMTO8 type) Dimensions (mm) ' \MSX 14040ES | @] 40 | 32 | 50 | 150 | 2 | 0.9 |2
Cat. No. ‘é Max. Dia. | Shank | Head |overallLength| Number| Weight Fig 14040EM ® 40 32 50 250 2 15 |2
el O o R T o = i S ) 14050ES |®| 50 | 42 | 50 | 150 | 3 | 15 |2
08020EM |@®| 20 20 | 100 | 180 2 0.3 (1 14063ES ® 63 ) 50 | 150 4 17 |2
08022EM |(@| 22 20 30 | 180 2 0.4 (1 14063EM |®| 63 49 50 | 250 4 28 |9
08025ES @ 25 25 60 | 140 2 0.4 |2 Inserts are sold separately.
08025EM |@| 25 25 | 120 | 250 2 0.8 |2
08028EM |@| 28 25 40 | 250 2 09 |2
08032ES @ 32 32 70 | 150 3 0.8 |2
08032EM |@| 32 32 | 120 | 250 3 14 |2
08035EM |@®| 35 32 50 | 250 3 15 |2
Insert Dimensions (mm)
Grade Classification Coated Carbide|
High-speed/Light Cutting Il
Process| General-purpose |7y |7 |6 | |
Roughing Kl
8 8 8 8 Inscribed 5 Fig 1
Applications Cat. No. g g % g CI‘VCC'E mgm Cm";Ead'us Apgﬂtizrle Fig o
|| < | <
WDMT 0603ZDTR ® ® ® ® 63530 1.5 MSX06000E type | 1
General- 0804ZDTR ® 0 ® ® 385 40 2.0 MSX08000R type | 1
purpose 1205ZDTR ® O ® ® 120 |50 2.0 MSX12000R type | 1 e s
1406ZDTR ® 0 ® ® 140 |6.0 2.0 MSX14000R type | 1
WDMT 0603ZDTR-H © ©® ® @ 6.35|3.0 1.5 MSX06000E type | 1
Honed 0804ZDTR-H | @ ® ® ®| 85 |4.0 2.0 MSX08000R type | 1
type 1205Z2DTR-H © @ ® @® 120 |5.0 2.0 MSX12000R type | 1
1406ZDTR-H © ©® ® @® 140 |6.0 2.0 MSX14000R type | 1
. . Recommended Cutting Conditions 1€ H181
Identification Code
Series Code  Insert Max. Shank S: Short
Size Dia. type  M: Medium
Parts
Flat Insert Screw Wrench Clamp Plate C-Ring Cap Screw Anti-seizure Cream
i S
Applicable Cutter @ @ / @ @ ‘@@\\\ %
MSXO06000E type BFTX02505I1P 15 TRDRO8IP — — —
MSX08020E, MSX08022E type | BFTX0306IP 2.0 TRDRO8IP — — —
Other MSX08000E types not described above | BFTX0306IP 2.0 TRDRO08IP CCH3.5 CRO3 BFTX035101P08 | SUMI-P
MSX12000E type BFTX0409IP 3.0 TRDR15IP CCH3.5 CRO03 BFTX03510IP15
MSX14000E type BFTX0511IP 5.0 TRDR20IP CCH4.5 CRO03 BFTX04513IP20

N-m Recommended Tightening Torque (N-m)

H183



Milling
Cutters

B Applications:
WMM2025E

Multi-
purpose

M Product
Range and
Performance

H184

@ The WMM type alone can perform a number of
operations such as shoulder milling, groove milling

and drilling

@ Excellent for high-efficiency ramping, helical drilling

and pocketing

@ Uses WaveMill inserts for sharpness and cutting

edge strength

@ The reduction in cutting force enables the same chip
evacuation as conventional tools but with less force

required

@ Easy tool management as only 1 type of insert is

used

@ Also ideal for stainless steel machining

B Features

A multi-functional cutter that performs a variety of
operations such as groove milling, shoulder milling,
ramping, pocketing, drilling, helical milling, etc., using

WaveMill inserts.

With low cutting force and excellent chip evacuation, it is
also effective for consolidating tools.

Peripheral
Cutting Edge Central Insert

@ WMM type insert arrangement

Peripheral Cutting Edge

@ Shoulder Milling

@ Ramping

SUS304

® Groove Milling
/
illing 2"

FC250
Deep 90y //

efomed I
%Zgy chip remova \

Ao,

S50C Block Material

je of
Gapa.b wi

ing
rParrgig)ared holes ~

Diameter of Tool: @25

Insert: APMT103504PDER (ACZ350)

Depth of Cut: ap = 25mm, ae = 5mm

Cutting Speed: vc = 120m/min, Feed Rate: fz = 0.15mm/t

Diameter of Tool: 25

Insert: APMT103504PDER (ACZ310)

Depth of Cut: ap = 15mm, ae = 25mm

Cutting Speed: vc = 180m/min, Feed Rate: fz = 0.12mm/t

Diameter of Tool: 025

Insert: APMT103504PDER (ACZ350)

Cutting Width: ae = 25mm, Depth: ap = 15mm

Cutting Speed: vc = 200m/min, Feed Rate: fz = 0.1mm/t

Air Blow Air Blow Ramp Angle: 6°=15°
Air Blow
@ Pocketing @ Dirilling @ Helical Milling
S50C Block Material S50C Block Material S50C Block Material
fing &" i nesthe
yerse o chip flag 4.4 Btimes
Capadle of "‘? continuovs \6\r Capadle of e?}‘ﬂ‘{out to0l Gapab\mh d\ﬁ‘“etemzrlfared holes.
pock?'ﬂn‘% ::‘e el 6ling ond arling ¥ bog"e? et
feed (0 s [l
.1 0[0CeS
ramping P!

Diameter of Tool: @25

Insert: APMT103504PDER (ACZ350)

Machining done continuously from

a deep drilling process with a depth of 15mm

Cutting Width: ae = 25mm, Depth ap = 15mm

Cutting Speed: vc = 200m/min, Feed Rate: fz = 0.1mm/t
Air Blow

Diameter of Tool: 225

Insert: APMT103504PDER (ACZ350)

Hole Diameter: @25mm, Depth: ap = 15mm

Cutting Speed: vc = 200m/min, Feed Rate: f = 0.1mm/rev
Step Feed: 0.5mm

Air Blow

Diameter of Tool: 225

Insert: APMT103504PDER (ACZ350)

Hole Diameter: 240mm, Depth: ap = 20mm

Cutting Speed: vc = 300m/min, Feed Rate: f = 0.1mm/rev
Axial Feed: 15mm/Pitch

Air Blow

3 Dia. (mm)

2| Cat. No. |Description

= 020 | 021|022 0247|025 | 026 | 027 |028 | 930|032 | 033 | 235 | 040
WMM2000E | Standard type |@D €D 00 [1)
WMM2000EL | Long type (@)@ 00 (1)
WMM 2000ELH | Lowtypen Conrtrote | @) | €D 00 [1
WMM 2000EXLH | Eitedorg el Coser e @ @ @
WMM 3000E Standard type 0000
WMM3000EL | Long type 0000
WMM 3000ELH | Long ype w/Coolnt Hole 0000
WMM 3000EXLH | Elonytpen Cotoe @ @

Number in ®O shows the number of teeth

@ Performance Comparison
(Groove Milling)

o o N w oo XN

Sumit

Power Consumption of Spindle (kW)

omOComp, B - 80

fz=01

Diameter of Tool: 025

Work Material: S50C

Cutting Conditions: vc = 80,150,200m/min, fz = 0.1, 0.2mm/t
ap = 15mm, Tool Overhang = 40mm




SEC-WaveMulti

Rake I17m35mnﬂ s
N Axial | 7°to11° 90

Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Drilling Profiling  PlungeMiling ~ Helical Milling
Fig 1 Fig 2
APMXJ APM)j
-=
BN . TN 83
BOdy (Shank type) Dimensions (mm) BOdy (Long Shank type) Dimensions (mm) m
S| Dia |Wechshoice| Shank | Head |oviLengh | Total No. | Effective | _. S| Dia. |VecDahoict| Shank | Head |ovlLengt | Total No. | Effective |_.
Cat.No. 12| bc |APMX|DMM| LH | LF | ofTesth oot 9 Cat.No. 18| pc |APMX|DMM| LH | LF | offeeth ool 9
WMM 2020E (@| 20 | 17 | 20 | 35 | 130 | 3 1 |2 WMM 2020EL @ 20 | 17 | 20 | 60 | 185 | 3 1 |2
2021E (@ | 21 17 | 20 | 35 | 130 | 3 1 |1 2021EL (@ | 21 17 | 20 | 35 | 185 | 3 1 |1
2025E @ 25 | 26 | 25 | 40 | 140 | 4 1 |2 2025EL (@| 25 | 26 | 25 | 75 | 220 | 4 1 |2
2026E @ 26 | 26 | 25 | 40 | 140 | 4 1 |1 2026EL @ 26 | 26 | 25 | 40 | 220 | 4 1 |1
2030E @®| 30 | 35 | 25 | 50 | 150 | 5 1 |1 2030EL @ 30 | 35 | 25 | 50 | 230 | 5 1 |1
Body (Long Shank type / With Coolant Holes)  pimensions mmy ~ Body (Extra Long Shank type / With Coolant Holes)  pimensions (mm)
Cat. No § Dia. |VeDsphoiCit| Shank | Head |OverLengh| Total No. | Effective i Cat. No é Dia. |MexDhoiCit| Shank | Head |OvrlLengh| Total No. | Effective Fi
T &| DC |APMX|DMM| LH | LF | ofTesth o.ofTeet| "0 T &| DC |APMX|DMM| LH | LF | ofTeeth Jo.ofTect| '
WMM 2020ELH (@ 20 | 17 | 20 | 60 | 185 | 3 1 |2 WMM 2022EXLH 22 | 17 | 20 | 35 [ 250 | 3 1 |2
2021ELH (@ | 21 17 | 20 | 35 | 185 | 3 1 |2 2027EXLH 27 | 26 | 25 | 40 | 320 | 4 1 |2
2025ELH |@| 25 | 26 | 25 | 75 | 220 | 4 1 ]2 2030EXLH 30 | 35 | 25 | 50 [ 350 | 5 1 |2
2026ELH @ 26 | 26 | 25 | 40 | 220 | 4 1 | 2| Inserts are sold separately.
2030ELH (@ 30 | 35 | 25 | 50 | 230 | 5 1 |2 Note: The values in red have been changed from the 2021-2022 General Catalogue. 2 =
T E
O
Insert Dimensions (mm) 8"
Grade Classification Coated Carbide |(emndiCaie] DLC
High-speed/Light Cutting <N
Process| General-purpose M B @ [N]
Roughing
R S o
Cat. NO. ﬁ ﬁ ﬁ E 9 Corner Radius Flg g
Q Q Q = RE
< < < [a)
APMT 103504PDER [ J ([ o — — 0.4 1
103508PDER [ J ([ o = 0.8 1
103512PDER [ J [ ) [ — — 1.2 1
APMT 103504PDER-H [ J [ o = = 0.4 1
103508PDER-H [ J ([ o — — 0.8 1
103512PDER-H [ J () [ J = = 1.2 1
APET 103504PDER-F [ J [ J [ — — 0.4 1
APET 103504PDFR-S — — — [ J [ J 0.4 1

-H: Strong Edged, -F: Ground type Insert, -S: For Aluminum Alloy.

Parts (Common)

Applicable Cutter Flat Insert Screw Wrench | Anti-seizure Cream

WMM2000 type  |BFTX02506N | (v-m 1.5 TRDO8  |[SUMI-P

WMM3000 type  |[BFTX03584 |(N-m 3.0 TRD15  |[SUMI-P

Recommended Cutting Conditions Diameter 620 to a26mm (Not for extra-long type) Recommended Cutting Conditions Diameter 230 to 640mm (Not for extra-long type)

Work Cutting Speed VC (m/min) Feed Rate fz (mm/t) Insert Work Cutting Speed VC (m/min) Feed Rate fz (mm/t) Insert
1ISO i Hardness X ) X ) 1ISO i Hardness X ) X )
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Shoulder Miling|  0.05- 0.13 -0.20 Shoulder Millng|  0.05- 0.15 -0.25
Carbon — Carbon —
Steel 180 to 280HB 80-120-160 | Grooeliing| 0.05- 0.09 -0.12 |ACZ330 P Steel 180 to 280HB 80-120-160 | GrooweMiing | 0.05- 0.10 -0.15 |ACZ330
e Driling | 0.05- 0.12 -0.18 © Drilling | 0.05- 0.13 -0.20
. Shoulder Miling| 0.05- 0.10 -0.15 . Shoulder Millng| 0.05- 0.13 -0.20
Stainless = Stainless —
M Steel — 80-100-120 | GooweMiing| 0.05- 0.08 -0.10 |ACZ350 M Steel — 80-100-120 | GrooweMiing | 0.05- 0.09 -0.12 |ACZ350
ee Drilling | 0.05- 0.09 -0.12 ee Drilling | 0.05- 0.12 -0.18
Shoulder Miling| 0.05- 0.13 -0.20 Shoulder Millng|  0.05- 0.15 -0.25
Cast Iron 250HB 70-150-180 | GrooeMilng | 0.05- 0.09 -0.12 [ACZ310 Cast Iron 250HB 70-150-180 | Grooweliing| 0.05- 0.10 -0.15 |ACZ310
Drilling | 0.05- 0.12 -0.18 Drilling | 0.05- 0.13 -0.20
. ShouderMilng|  0.10- 0.15 -0.20 . Shoulder Millng| 0.10- 0.15 -0.20
Aluminum — Aluminum —
Al — 200- 300 -500 | GrooweMiing | 0.05- 0.08 -0.10 | DL1000 Al — 200- 300 -500 | Grooveiling | 0.05- 0.08 -0.10 | DL1000
=y Drilling | 0.05- 0.08 -0.10 =y Drilling | _0.05- 0.08 -0.10

The cutting conditions are guidelines. Actual conditions will need to be adjusted ¥ The cutting conditions are guidelines. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors. according to machine rigidity, work clamp rigidity, depth of cut and other factors.

@ Recommended Tightening Torque (N-m) H1 85
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Steel 1 EEUEEEIN Cast Iron |5 Norferous e

Rake 39 | ane
N Axial | 7°to11° 90

Face Milling ~ Shoulder Miling ~ Groove Milling Ramping Drilling Profiling Plunge Milling ~ Helical Milling
Fig 1 Fig 2
o —
= _§ &} = o =
s 3 E 5 °, B 2
o . H | LH |
m LF LF
BOdy (Shank type) Dimensions (mm) BOdy (Long Shank type) Dimensions (mm)
S| Dia  |VaehoCi| Shank | Head |owraltengin | Total No. | Effective | . S| Dia. |Wecahoice| Shank | Head |ovrlLengh | Total No. | Effective | _.
Cat-No. 12| bc |APMX|DMM| LH | LF | ofTeeth puoffest| 9 Cat.-No. 12| pc |APMX|DMM| LH | LF | ofTeeth [VooiTeet" 9
WMM 3032E @ 32 39 32 50 | 150 4 1 2 WMM 3032EL @ 32 39 32 90 | 230 4 1 2
3033E |®| 33 39 32 50 | 150 4 1 1 3033EL @®| 33 39 32 50 | 230 4 1 1
3035E @ 35 39 32 50 | 150 4 1 1 3035EL @ 35 39 32 50 | 230 4 1 1
3040E @ 40 39 32 55 | 160 4 1 1 3040EL @ 40 39 32 55 | 240 4 1 1
Body (Long Shank type / With Coolant Holes)  pimensions mm) ~ Body (Extra Long Shank type / With Coolant Holes)  pimensions (mm)
S| Dia M| Shank | Head | oOvwraiLengtr | Total No. | Effective | . S| Dia |Madshoict| Shank | Head |owrailengh | Total No. | Effective | .
OiE N % DC |APMX|DMM| LH LF | of Teeth |No. of Tegth Fig Gl c% DC |APMX|DMM| LH LF | of Teeth [No. of Tegth Fig
WMM 3032ELH (@ | 32 39 32 90 | 230 4 1 2 WMM 3035EXLH 35 39 32 50 | 370 4 1 2
3033ELH (@ | 33 39 32 50 | 230 4 1 2 3040EXLH 40 39 32 55 | 420 4 1 2
3035ELH (@ 35 | 39 | 32 | 50 | 230 | 4 1 |2 Note: The values in red have been changed from the 2021-2022 General
3040ELH |@| 40 | 39 | 32 | 55 | 240 | 4 1 |2 Catalogue.
)
: 8
g g‘ Insert Dimensions (mm)
= Grade Classification Coated Carbide |(mtiCaie| DLC
High-speed/Light Cutting <N
Process| General-purpose M| @ @3 [N}
Roughing
o o o o
g % 5 2 Corner Radius
Cat. No. N N N T 2 Fig
O Q O .y RE
< < < [a) .
APMT 160508PDER o o o | — | — 08 |1 Fig1
160512PDER [ J ([ J ([ J = = 1.2 1 T
160516PDER [ J [ J [ J — — 1.6 1 _ E} - 8
APMT 160508PDER-H [ J ( J ([ J — — 0.8 1 ) : P
160512PDER-H [ J [ J [ J — — 1.2 1 M 16
160516PDER-H [ ([ J [ J = = 1.6 1
160520PDER-H" [ J [ J [ J — — 2.0 1
160530PDER-H" [ J ([ J ([ J = = 3.0 1
160540PDER-H" [ J ([ J [ J — — 4.0 1
160550PDER-H" [ J ([ J ([ J — — 5.0 1
160560PDER-H" [ J [ J [ J — — 6.0 1
APET 160508PDER-F [ J () [ J = = 0.8 1
APET 160508PDFR-S — — — (] (] 0.8 1
-H: Strong Edged, -F: Ground type Insert, -S: For Aluminum Alloy.
* marked inserts require modification of the cutter body. Correct the tool diameter by +0.5mm before use.
Part Recommended Cutting Conditions Diameter 230 to a40mm (Not for exira-long type)
arts — SO Work Hardness Cutting Speed ve (W/min)|  Feed Rate fz (mm/t) | Insert
Flat Insert Screw Wrench | Antiseizue Cream Material Min. - Optimum - Max. [Min. - Optimum - Max.|Grades
Applicable Cutter \\ I (Shouder Milng| 0.05-0.15-0.25
o » G -w‘? Carbon | 180t0 | g4 420 160 [Gumelig] 0.05-0.10-0.15 |ACZ330
&) y Steel | 280HB i
& Drilling| 0.05-0.13-0.20
WMM2000 type  [BFTX02506N 1.5 [TRDO8  |SUMI-P Stainless pitute i) 0.05-0.13-0.20
Steel — 80-100-120 |GroweMiing| 0.05-0.09-0.12 |ACZ350
WMM3000 type  [BFTX03584 3.0 TRD15  |SUMI-P e Drilling| 0.05-0.12-0.18

(Shouder Milng| 0.05-0.15-0.25
Castlron | 250HB 70-150-180 |GrowMiing| 0.05-0.10-0.15 |ACZ310
Drilling| 0.05-0.13-0.20
(Shouder Milng| 0.10-0.15-0.20
= 200-300-500 |Groelliing| 0.05-0.08-0.10 |DL1000|
Drilling| 0.05-0.08-0.10

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

Aluminum
Alloy

Note

H1 86 (N-m Recommended Tightening Torque (N-m)



H187



M High-rigidity clamp design

Wide Insert Seat Face Design

B Product Range

B Features

@ High-efficiency, high-rigidity radius cutter
Wide insert seat face design achieves high efficiency machining of
stainless steel etc.

Designed for superior durability
Ideal for roughing of aerospace components such as turbine blades

@ Lineup of ground type and M class inserts
In addition to the 4-cornered ground type inserts, economical

8-cornered M Class inserts are also available
@ Uses new grades for exotic alloy machining

New XCS2000/ACS2500/ACS3000 grades achieve stable and long
tool life in machining exotic alloys, such as titanium alloys and

Ni-based heat-resistant alloys, as well as stainless steel

H Cutter body can be shared by optimizing the locating

surface design
4-cornered RPHT 8-cornered RPMT/
mounted RDMT mounted

Locating Surface Locating Surface

4-cornered ground type inserts or
8-cornered M Class inserts can be used

on the same cutter body

Type

Max. Diameter (mm)

Cat. No. 225 232 240 042 250 252 263 280

RSE 10000RSO0O (5) (6)
RSE 12000RSO0O O O 660 6 0O O
(8]

RSE 12000ROO

RSE 10000EQO 060 600

Number in @® shows the number of teeth Inch Bore

B Chipbreaker Shape

Work Material

(M Stainless Steel, [ Exotic Alloy

General-purpose to Roughing

. Milling

Applications
Features Standard
G type
Chipbreaker

Cutting Edge
Cross Section

H188



SEC-Wave Radius Mill
RSE seri

M Grade Features

Coating
Worl.( Grade |Thickness Features
Material
(um)

New coating combining wear and fracture
4 resistance realises superb long tool life

in medium to high speed machining of
heat-resistant alloys and stainless steel

Coating with excellent wear and
adhesion resistance provides
ACS2500 8 outstanding performance especially in
S machining titanium alloys
High toughness carbide substrate
and a coating with excellent chipping
resistance provide outstanding stability
in a wide range of work materials

such as heat-resistant alloys, stainless
steel, and titanium alloys

XCS2000

ACS3000 3

B Grade Application Range

Newly developed XCS2000/ACS2500/ACS3000 grades, ideal for
machining titanium alloys, heat-resistant alloys and stainless steel, are
now available!

Work Finishing to Light . ’ Rough to Heavy
Material Cutting Medium Cutting Cutting
&P XCsS2000 )4
2 '
S g ye ACS2500
o
Exotic Alloy A AC$3000

The letters "C" and "P" at the end of each grade indicate the coating type.

7:CVD A: PVD

B Cutting Performance

: Competitor's  ® Competitor's
€ 020 " Product Product
E J Over 1.5 Times
ES :
5 015
=
§ 0.10
= - —e— AGS2500
< —e— ACS3000
£ 0.05 —— Cooonventional

Competitor's
' Product A
Il Il Il Il
0 10 20 30 40
Cutting Time (min)

Machine : Vertical Machining Centre BT40, Work Material: Ti-6Al-4V
Tool : RSE 12050RS05, Insert: RPHT1204MOEN-G

Cutting conditions : vc = 70m/min fz = 0.25mm/t ap = 2mm ae = 30mm Wet

| Competitor's
Product Competitor's
T 0.4 il Over 1.4 Times Product
£ ; More than Double
<
5 03}
=
I
(] 0.2+
=
% —e— XCS2000
L‘_I_“ 0.1 —e— ACS3000
—=— Conventional Tool
' —o— Competior's Product B
H Il Il Il
0 5 10 15 20
Cutting Time (min)
Machine : Vertical Machining Centre BT40, Work Material: Inconel 718 (44HRC)
Tool : RSE 12050RS05, Insert: RPHT1204MOEN-G

Cutting conditions : vc = 40m/min fz = 0.3mm/t ap = 2mm ae = 30mm Wet

New CVD Coating Layer Features
\/

“a

CvD

Pure Cubic Crystal AITiN with High Al Content
With proprietary structural control
technology, differently composed layers of
AITiN are stacked at the nanometre level.
With a high-Al composition containing over

) 80% Al on average, it also maintains a cubic
o AlosTiosN crystalline structure to achieve excellent
FLAlosTiosN  thermal resistance and high hardness.

Vastly improved wear resistance.

Special Surface Treatment
Proprietary surface treatment introduces
high compression stress to the coating,
suppressing the development of cracks.
Greatly improved fracture and thermal
crack resistance.

Applicable Grade: XCS2000

New PVD Coating Layer Features
ABSO PVD

+— Ultra-fine Grained B Additive

- New AITiBN coating, with an
ultra-fine coating structure,
achieves high strength and
200nm toughness

Coating - Outstanding chipping resistance

Layer Cross Section of and wear resistance
Cutting Edge Coating

TEM Image

High Adhesion Strength
Significantly improved coating
v o adhesion and more than 2x

Carbide | conventional chipping resistance
Substrate

4

Applicable Grades: ACS2500, ACS3000

After cutting for 20 minutes |
ACS2500 ACS3000

Conventional Tool Competitor's Product A

Superb wear resistance for a tool life
1.5 times greater than that of conventional
tools and competitor's products

After cutting for 7.9 minutes
XCS2000 ACS3000

s1911nD
Faiees snamagoy oo SUDCSL Gons e TORY eeesuew g swwnesss | GONC

Conventional Tool Competitor's Product B

Superb fracture resistance for a tool life
1.4 times greater than that of conventional
tools and competitor's products H189



Rake
Angle

Axial

-5°

; 5 J ;1.4mm)

4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling
DCSFMS
Fig1 &  DCB
2 [
o
a
&
[72]
€5 =
=
I "5 5
=
© o2
D1
DC
DCX
BOdy (She" type) Dimensions (mm)
S| Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght X
Cat. No. gl DCX | DC |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 |ofTeeth| (kg) |9
©| RSE 10040RS05 |®| 40 30 33 40 16 8.4 5.6 18 14 9 5 0.16 |1
© 10050RS06 ®| 50 40 40 40 22 10.4 6.3 20 18 11 6 0.27 |1
=
I Inserts are sold separately.
Parts Identification Code
Flat Insert Screw Detachable Wrench Anti-seizure R s E R S
Handle Grip Bit Cream 1 O 040 hd 05
S Series Code Insert Max. Feed Metric Number
\\\\\ Si Di Directi B f Teeth
%\\\\ @ ize ia. irection Bore of Tee
I BFTX03584IP| 3.0 |HPS1015 TRB15IP SUMI-P
] Insert Dimensions (mm)
§ Grade Classification Coated Carbide|
o High-speed/Light Cutting
i i M4 | M4 | M4
Process| Medium Quttlng s Fig 1 4-cornered Fig 2 8-cornered Fig 3 8-cornered
Roughing -
@ § § Inscribed Thickness m / ;
Cat. No. Sla|a| o | 5T Figl NN [ )r j{
21886] 1© 11° 11°
x| < | < Ic s/ IC s/ IC
RPHT10T3MOEN-G ® e o 10 3.97 |1
RPMT10T3MOEN-G ®/® ® 10 | 397 |2
RDMT10T3MOEN-G ® e e 10 397 |3
Recommended Cutting Conditions
ISO Work Material Hardness  |Chipbreaker CUt_tmg Spe:ed ve (m/min) Feed Ra’fe fz (mm/y Grade
Min. - Optimum - Max. | Min. - Optimum - Max.
Exotic All Heat-Resistant Alloy — G 25- 35 -50 0.15- 0.25 -0.35 XCS2000/ACS2500/ACS3000
xotie Aoy Ti Alloy — G 30- 60 -90 0.15- 0.25 -0.35 ACS2500/ACS3000
SUS430 and Others (Martensitic/Ferritic) 200HB G 115- 145 -175 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000
M | Stainless Steel |SUS403 and Others (Martensitic/Hardened) 240HB G 105- 130 -155 0.15- 0.30 - 0.45 XCS2000/ACS2500/ACS3000
SUS304, SUS316 (Austenitic) 180HB G 1256- 155 -190 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000
- The recommended cutting conditions may not be practical depending on the operating conditions (e.g. machine, work material shape, clamping system).
- For groove milling, calculate the feed rate at around 70% of the above values.
- 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.

H190
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SEC-Wave Radius Mill

RSE 1

Exotic Alloy

Rake [ 6m J || 1.7m
N Axial ; —
4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling
DCSFMS
Figt § _.pcB
L
o
[a)
om
° 4
O
52
D1
DC
DCX
BOdy (She" type) Dimensions (mm)
S| Max. Dia. Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght .
sl £| bcx | DC |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 |ofTeeth| (kg |9
RSE 12040RS04 @ 40 28 33 40 16 8.4 5.6 18 13.5 9 4 0.15 |1
12042RS04 |® 42 30 33 40 16 8.4 5.6 18 14 9 4 017 |1
© 12050RS05 |® 50 38 41 40 22 104 6.3 20 18 11 5 0.24 |1
g 12050RS06 (@ 50 38 41 40 22 10.4 6.3 20 18 11 6 0.23 |1
= 12052RS05 |® 52 40 41 40 22 10.4 6.3 20 18 11 5 0.26 |1
12063RS06 |® 63 51 50 40 22 10.4 6.3 20 18 11 6 0.47 |1
12080RS08 |®| " 80 68 55 50 27 12.4 7 22 20 14 8 0.89 |1
= RSE 12080R08 |®| " 80 68 55 50 25.4 12.4 7 22 20 14 8 0.9 1
[$]
c

Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).

Parts Identification Code
Detachable Wrench Anti-seizure
FlatInsert ScreW | "Handle Grip | Bt Cream RSE 12 050 R S 05
S > Series Code Insert Max. Feed Metric Number
\\\\ Si Di Directi B f Teeth
%\\\\ @ ize ia. irection Bore of Tee
BFTX04095IP| 3.0 |[HPS1015 TRB15IP SUMI-P
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting
f N Vid | M4 | M4
Process| Medium C.uttlng ps Fig 1 4-cornered Fig 2 8-cornered Fig 3 8-cornered
Roughing VE -
@ oo r \
O | © | Inscribed | _ ]
curo.  |B|B|5|E g g, \
2818 1c 11° 15°
(&)
2| < Ic s ! s, /
RPHT1204MOEN-G ® 0 0 12 4.76 | 1
RPMT1204MOEN-G ® 0 e 12 4.76 | 2
RDMT1204MOEN-G ® 0 0 12 4.76 | 3
Recommended Cutting Conditions
1ISO Work Material Hardness | Chipbreaker Cutltmg Spe_ed Uil !zeed Rat_e fz (mm/t) Grade
Min. - Optimum - Max. | Min. - Optimum - Max.
Exotic Al Heat-Resistant Alloy — G 25- 35 -50 0.15- 0.25 - 0.35 XCS2000/ACS2500/ACS3000
xote Aoy Iy Alloy - G 30- 60 -90 0.15- 0.25 -0.35 ACS2500/ACS3000
SUS430 and Others (Martensitic/Ferritic) 200HB G 115- 145 -175 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000
M | Stainless Steel |SUS403 and Others (Martensitic/Hardened) 240HB G 1056- 130 -155 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000
SUS304, SUS316 (Austenitic) 180HB G 125- 155 -190 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000

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

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)

s1911nD
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Exotic Alloy

| (5 ) ()]

4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling

Fig 1
z
_ [a)
=
x
38 !l = .
¥ a
LH ‘
LF
BOdy (Shank type) Dimensions (mm)
S Max. Dia. Dia. Shank Diameter Head Overall Length Number of We|ght X
CEI IR 2| DX DC DMM DN LH LF Teeth kg) |9
RSE 10025E02 |@® 25 15 25 20.3 50 130 2 0.4 1
10025E03 |@ 25 15 25 20.3 50 130 3 0.39 1
10032E03 (@ 32 22 32 271 50 130 3 0.68 1
10032E04 |© 32 22 32 271 50 130 4 0.67 1
Inserts are sold separately.
Parts Identification Code

Flat Insert Screw | Wrench |Anti-seizure Cream RSE 1 0 032 E 03
@ /p f Series Code Ig?;a: I\Slaax Stﬁk 2@2'3:

BFTX03584IP| 3.0 [TRDR15IP [SUMI-P

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting | 4 L
; ; M4 M4
Process Meglum rC]‘futtlng Fig 1 4-cornered Fig 2 8-cornered Fig 3 8-cornered
oughing S ~
m
g § § Inscribed TiEEess m < §
Cat. No. S| || Cicle Fig w
a|B1G] 1Ic S jr11° )m" Mg
22| IC s |/ IC s |/ IC s | /
RPHT10T3MOEN-G ® e o 10 3.97 | 1 - -
RPMT10T3MOEN-G ® e o 10 3.97 | 2
RDMT10T3MOEN-G ® e e 10 3.97 | 3

Recommended Cutting Conditions

. Milling

ISO Work Material Hardness | Chipbreaker Cut.tmg Spe.ed S i) feed Rafe fz (mm/y) Grade
Min. - Optimum - Max. | Min. - Optimum - Max.
H Exotic Alloy Heat-Resistant Alloy — G 25- 35 -50 0.15- 0.25 -0.35 XCS2000/ACS2500/ACS3000
Ti Alloy — G 30- 60 -90 0.15- 0.25 - 0.35 ACS2500/ACS3000
SUS430 and Others (Martensitic/Ferritic) 200HB G 115- 145 -175 0.15- 0.30 -0.45 XCS2000/ACS2500/ACS3000
M | Stainless Steel |SUS403 and Others (Martensitic/Hardened) 240HB G 105- 130 -155 0.15- 0.30 - 0.45 XCS2000/ACS2500/ACS3000
SUS304, SUS316 (Austenitic) 180HB G 125- 155 -190 0.15- 0.30 - 0.45 XCS2000/ACS2500/ACS3000

- For groove milling, calculate the feed rate at around 70% of the above values.

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

H1 92 @Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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SEC-Wave Radius Mill

RSX series

Milling
Cutters

B Low Cutting Force, Low-vibration Design

Face Milling

M Features

VIDEO OF
CUTTING

SEC-Wave Radius Mill RSX type is a radius cutter that
enables stable machining even when using machines with low
clamp rigidity, thanks to a body design that achieves excellent
sharpness and rigidity.

Lineup of ACM series grades for stainless steel/exotic alloy,
ACP200 grade for steel and ACK300 grade for cast iron to suit
a wide range of work materials.

RSX08000 and RSX20000 lineup extended to support a wide
range of machining.

Achieves low cutting force, low-vibration machining thanks to
ultra-high-rake design and high-rigidity body design.

B Excellent Operability

Enables easy corner control with high accuracy and operability
by employing our proprietary positioning mechanism.

5 (1) High Rake Design (2) Drastically Improved Back Metal Thickness Clamp Surface e
Y 1
o)
(9]
g
_'E, I - s i
T ~
[0]
=R
52
=3 Anti-Rotation
(3) Highly Durable Body (4) Rounded Pocket * 12mm/16mm/20mm inserts use UP tO 8 corners while
& 8mm/10mm inserts use UP tO 4 corners.
=
©
T M Product Range
[ Max. Diameter (mm)
Qo S Cat. No. Description Shape
=£| | 020 | 925 | @32 | 040 | 850 | 852 | 063 | 666 | @80 |2100|2125| 0160
S =
32 RSX1000RS Standard Pitch O 6 6
= RSXF1000RS Extra Fine Pitch ® 0 06
Py RSX12000RS Standard Pitch ®©® 0 6 6 6 60 06
gg RSX12000R Standard Pitch [c MK 6)
35 RSXF12000RS |Extra Fine Pitch O 6 6 6 © 0 ©
a2 RSXF12000R Extra Fine Pitch Q Q@
2 RSX16000RS Standard Pitch [4) ® 0 06
5 RSX16000R Standard Pitch © 60 06
E RSXF16000RS | Extra Fine Pitch [5) 0 0 6 ©
& RSXF16000R Extra Fine Pitch 0 O 6 ®
@ RSX20000RS Standard Pitch O 6 6 0
o RSX20000R Standard Pitch O 6 60 0
o 8 . .
i RSXF20000RS |Extra Fine Pitch ® 0 0 0
§ RSXF20000R Extra Fine Pitch 0 606 0 0O
= RSX08000ES Standard Pitch 0O 6
§2 | RSXFOB00OES | Extra Fine Pitch [SYK4)
%92 RSX10000ES Standard Pitch 0 6
S 2 RSXF10000ES | Extra Fine Pitch ® O
RSX12000ES Standard Pitch [2)
RSXF12000ES | Extra Fine Pitch [3)
RSX08000M Standard Pitch ® 6 0
RSXF08000M Extra Fine Pitch ® 0 6
RSX10000M Standard Pitch 0 6
RSXF10000M Extra Fine Pitch © 0
RSX12000M Standard Pitch 0 6
RSXF12000M Extra Fine Pitch ® 0O
Number in @@®® shows the number of teeth Inch Bore Modular type =~ H271
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SEC-Wave Radius Mill

RSXs i

B Cutting Performance

Comparison of Cutting Force

Tool Life Comparison (Fracture Resistance)

[ I I I
3,000
CRSX type ‘ ‘ |< M Principal Force
ompetitor's I Feed Force
Product . 25001\ o Back Force
Conventional Z [ Back ol
Tool 2 2,000
0 1 2 3 4 5 S 1500
Cutting Distance (m) o ’
Achieves a tool life approximately 1.6 times longer than that of our competitors' products. £ 1000
()
Cutting Vibration Comparison 500
ORSX Competitor's  Conventional
(0] ompetitor's onventional
é}:} type Product Tool
© =
sg
>< Work material: SUS304  Tool: 50
Cutting Conditions: VC = 200m/min, fZ = 0.5mm/t
RSX type Competitor's Product Conventional Tool 9
Reduced by approximately 15% compared to competitors' products. ap =2.0mm, @€ = 10.0mm Wet

B Long, Stable Tool Life

Tool Life (SUS304 Machining) Tool Life (SUS630-H900 Machining)
I
ACM300 | ACM200 |
Competitor's . ‘ | 1.7x tool life Competitor's ‘ | 1.3x tool life
Product I ‘ Product T
Conventional | Conventional |
Tool : i Tool \
0 1 2 3 4 5 0 1 2 3
Cutting Distance (m) Cutting Distance (m)
Cutter: RSXF12050RS Cutter: RSXF12050RS
Insert: RDET1204MOEN-G Insert: RDET1204MOEN-G
Cutting Conditions: vc = 200m/min, fz = 0.5mm/t, Cutting Conditions: vc = 150m/min, z = 0.3mm/t,
ap = 2mm, ae = 10mm Wet ap = 2mm, ae = 10mm Wet
(Cutting Distance: 2.7m) (Cutting Distance: 1.8m)
ACMS300 Competitor's Product i Conventional Tool ACM200 Competitor's Product i Conventional Tool
v 4

s1911nD
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. Milling

B Machining Applications

Can be used for various types of high-efficiency machining such as deep shoulder milling of molds, ramping, and helical milling.

Recommended Values for Helical Milling and Ramping

Precautions for Helical Milling

Standard Diameter

il

&

N

i
AN

Standard Diameter
or Below

A

Standard Diameter
or Above

[ traverse cutting

| ?ﬁe
A\

.- Centre uncut portion
cannot be removed
by traverse cutting
with the same cutter.

Centre uncut portion
can be removed by

the same cutter.

Precautions for Ramping

Use at the RMPX below or lower.

with

B Precautions for Mounting Inserts

A Vo)

“6

Hold down the insert from
the@and@directions and
fasten the screw.

Precautions for RSX08000 type @

[
(C)

Align either insert rake face
marking position ®with the

=

marking position® on the body.

H196

Helical Milling (mm) Ramping
Insert Max. ining Di Maximum
Cat. No. Dia. Machlgtnr:jgrlea. oD Ramp Angle
DCX |Min. Dia. Di%?neater Max. Dia.| RMPX
20 | 27.6| 32 39 12°00'
RDETO8... 25 | 37.0| 42 49 7°15'
32 | 50.8] 56 63 4°45'
25 | 33.0] 40 49 10°30'
32 | 46.0] 54 63 6°45'
RDET10... 40 | 62.0 70 79 4°30'
50 | 82.0] 90 99 3°15'
52 | 86.0] 94 | 103 3°10'
32 | 415 52 63 12°30'
40 | 57.5| 68 79 8°00'
50 | 77.5| 88 929 5°30'
52 | 81.5] 92 | 103 5°15'
oAUt 63 [103.5| 114 | 125 | 4°00'
66 |109.5] 120 | 131 3°45'
80 [137.5] 148 | 159 2°50'
100 |177.5| 188 | 199 2°10'
63 | 96.0] 110 | 125 6°00'
80 |130.0] 144 | 159 4°10'
RDET16.. 400 |170.0| 184 | 199 | 3°00°
125 [220.0] 234 | 249 2°20'
80 |122.0| 140 | 159 4°15'
100 |162.0| 180 | 199 3°00'
RRELERE 125 |212.0| 230 | 249 2°00'
160 | 282.0] 300 | 319 1°15'




SERC-WSa?aEiEMiII

Rake

[ 5o J "

Steel Cast Iron |8 Exotic Alloy

Angle Axial 10°
Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Miling
f DCSFMS
Fig 1 “5eB
KWW
28
o = ty
D2
D1
DC
DCX
BOdy (Standard PItCh) Dimensions (mm)
Cat. No § Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght Fi
o &% | DCX DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg) 9
©| RSX 10040RS ([ 40 30 34 40 16 8.4 5.6 18 14 9 4 0.2 1
ko) 10050RS ([ 50 40 40 40 22 10.4 6.3 20 18 11 B 0.3 1
= 10052RS [ 52 42 40 40 22 10.4 6.3 20 18 11 5 0.4 1
BOdy (Extra Fine PltCh) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght F
o &% | DCX DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg) 9
©| RSXF 10040RS |@ 40 30 34 40 16 8.4 5.6 18 14 9 5 0.2 1
kol 10050RS |@ 50 40 40 40 22 10.4 6.3 20 18 11 6 0.3 1
= 10052RS | @ 52 42 40 40 22 10.4 6.3 20 18 11 6 0.3 1
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
Insert Dimensions (mm)
Grade Classification Coated Carbide
[High-speed/Light Cutting 14 Fig 1 4-cornered @ Cross Section of
Process| General-purpose 4 4 Cutting Edge
| Roughing K] ﬁ 1 ‘—ﬂ
o o o o o ) L/
Cat. No § § § § g lll(ili‘r‘clzz":u Corner Radius |Thickness| Flg Gtype
B O O RE S ;
< Q g 9: 2 IC IC s »
RDET 10T3MOEN-G [ ([ ([ [ ® |10 5.0 3.97| 1 e
10TSMOEN-H | @ (] (] [ ] ® |10 50 [3.97]1

Identification Code

RSX F 10

040

R S

Series Code Extra Insert Max. Dia. Feed Metric
Fine Pitch  Size Direction Bore
Parts
Detachable Wrench| Anti-

Flat Insert Screw Handle Bit seizure

Grip : Cream

g &€ 4é7 //f é?’

WV
BFTX03584IP| 3.0 |[HPS1015|TRB15IP|SUMI-P

Precautions for Mounting Inserts 1€~ H196

Recommended Cutting Conditions

) Cutting Speed vc (w/min)| ~ Feed Rate fz (mm/t) | Insert

ISO| - Work Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Carbon Steel | 180 to 280 HB| 100-160-200 | 0.20-0.40-0.60 |ACP200

Alloy Steel 180 to 280 HB| 100-140-180 | 0.20-0.30-0.40 |ACP200
<| B [_Fenitic 200HB | 150-180-200 |0.15-0.25-0.35 ACM300
£| S [Martensitic| 200 to 330HB | 80-120-180 |0.15-0.25-0.35 [ACM300
M | 8| B | Austenitic | 200HB [ 150-180-200 [0.15-0.25-0.35 AGM300
£| £| DUPIeX l3010070HB| 80-120-180 |0.15-0.25-0.35 ACM200]

S| = | (Austenitic/Ferritic)
P| & |ppsinteweituins]  330HB | 60-100-160 |0.15-0.25-0.35 ACM200)
Cast Iron 250HB | 80-120-160 |0.10-0.30-0.40 |[ACK300
ety eVt | 2500 350HB | 20- 30 - 40 [0.10-0.20-030], .
Tty |PeTEN B85 (Rm400) | 60- 80 -100 [0.10-0.20-0.30[, 1 |
a+BAloy| (Rm1050) | 40- 50 - 60 |0.10-0.20-0.30

Note

N-m Recommended Tightening Torque (N-m)

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

s1911nD
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Steel Cast Iron |8 Exotic Alloy

Rake

Angle Axial 10°

1|6mm) ;1.6mm) ‘

4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Milling

Ramping Helical Milling

Profiling

Ky Ky o,
aleL-
ofa o o
ae © N é S
Q| =5 5 4 o —1 5
‘ Loi7]
D2 D2
D1 D1 D1
DC DC DC
DCX DCX DCX
BOdy (Standard PItCh) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight =
T &»| DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
RSX 12040RS o 40 28 32 40 16 8.4 5.6 18 13.5 9 3 0.2 1
12050RS ([ J 50 38 40 40 22 10.4 6.3 20 18 11 4 0.3 1
Q 12052RS o 52 40 40 40 22 10.4 6.3 20 18 11 4 0.3 1
% 12063RS o 63 51 40 40 22 10.4 6.3 20 18 11 5 0.4 1
= 12066RS [ J 66 54 55 50 27 12.4 7.0 25 20 14 6 0.7 1
12080RS o ‘80 68 565 50 27 12.4 7.0 25 20 14 6 1.0 1
12100RS (] 100 88 70 50 32 14.4 8.5 32 46 — 6 1.4 3
S RSX 12080R o ‘80 68 55 50 25.4 9.5 6.0 25 20 13 6 1.0 1
£ 12100R ® 100 88 70 63 31.75 12.7 8.0 32.5 46 28 6 1.9 2
Body (Extra Fine Pitch) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght E
T &% | DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
RSXF 12040RS |@® 40 28 32 40 16 8.4 5.6 18 13.5 9 4 0.2 1
12050RS | @ 50 38 40 40 22 10.4 6.3 20 18 11 5 0.3 1
Q 12052RS | @ 52 40 40 40 22 10.4 6.3 20 18 11 5 0.3 1
'g 12063RS |@ 63 51 40 40 22 10.4 6.3 20 18 11 6 0.4 1
= 12066RS (@ 66 54 55 50 27 12.4 7.0 25 20 14 7 0.7 1
12080RS (@ ‘80 68 55 50 27 12.4 7.0 25 20 14 7 0.9 1
12100RS | @ 100 88 70 50 32 14.4 8.5 32 46 — 10 1.3 3
5 RSXF 12080R ([} ‘80 68 55 50 25.4 9.5 6.0 25 20 13 7 1.0 1
£ 12100R ® 100 88 70 63 31.75 12.7 8.0 32.5 46 28 10 1.8 2

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting 4 Fig 1 8-cornered @ Cross Section of
Process | General-purpose 4 4 VE RE Cutting Edge
Roughing [K] -—ﬂ
=) o o o o
8 8 S 8 8 Ci |w Corner Radius |Thickness| Gtype
Cat. No. o ¢ S S S e Fig /
O o RE S
2 < g g 9: IC IC l.s g
RDET 1204MOEN-G | @ ] ] ] ® |12 6.0 [4.76]1 type
1204MOEN-H | @ [ [ () @ |12 6.0 4761

Precautions for Mounting Inserts I€€” H196

Identification Code Recommended Cutting Conditions

RSX F 12 040 R S

q Milling

Series Code Extra Insert Max. Dia. Feed Metric
Fine Pitch  Size Direction Bore
Parts
Detachable Wrench | Anti-
Flat Insert Screw | Handle Bit seizure
Grip : Cream
Q
BFTX0409IP | 3.0 |HPS1015|TRB15IP|SUMI-P

H198

(N-m Recommended Tightening Torque (N-m)

ISO

Work Material

Hardness

Cutting Speed vc (m/min)
Min. - Optimum - Max.

Feed Rate fz (mm/t)
Min. - Optimum - Max.

Insert
Grade

Carbon Steel

180 to 280 HB

100-160-200

0.20-0.40-0.60

ACP200

180 to 280 HB

100-140-180

0.20-0.30-0.40

ACP200

Alloy Steel

Ferritic

200HB

150-180-200

0.15-0.25-0.35

IACM300]

Martensitic

200 to 330HB

80-120-180

0.15-0.25-0.35

IACM300]

Austenitic

200HB

150-180-200

0.15-0.25-0.35

IACM300]

Stainless Steel

Duplex
(Austenttic/Feritic)

230 to 270HB

80-120-180

0.15-0.25-0.35

IACM200]

Cr-Ni-based | Cr-base

Depostion Herdened Stuctues

330HB

60-100-160

0.15-0.25-0.35

IACM200]

Cast Iron

250HB

80-120-160

0.10-0.30-0.40

ACK300

et st Aly

Ni-based Material

250 to 350HB

20- 30 - 40

0.10-0.20-0.30

Pure Titanium (99.5%)

(Rm400)

60- 80 -100

0.10-0.20-0.30

ACM100]
ACM200

Titanium

a + B Alloy

(Rm1050)

40- 50 - 60

0.10-0.20-0.30

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



SEC-Wave Radius Mill

Steel |EEUSEEE)  Cast Iron § Exotic Alloy
e B [8m ) ][22n) | @

4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling
KWW KWy KWW KW DCB
CReE K 4-014
afa é < [ a afo ‘
ok o .| &8¢ &S e
O " 4 8 " 8 (&)
] = 1 B 4 4
‘ Loi7]
D2, D2
D1 D1 D1 D1 D1
DC DC DC | DC DC
DCX DCX DCX DCX DCX
BOdy (Standard Pitc h) Dimensions (mm)
Cat. No § Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fig
’ ) & | DCX DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg)
o RSX 16063RS o 63 47 50 40 22 10.4 6.3 20 18 11 4 0.5 1
= 16080RS ([ J ‘80 64 55 50 27 12.4 7.0 25 20 14 5 0.9 1
2 16100RS |®| 100 84 70 50 | 32 14.4 85 | 32 46 — 6 13 |3
16125RS [ J 125 109 80 63 40 16.4 9.5 29 52 29 6 2.6 1
- RSX 16080R ([ ‘80 64 55 50 25.4 9.5 6.0 25 20 13 5 0.9 1
e 16100R ® 100 84 70 63 31.75 12.7 8.0 32.5 46 28 6 1.8 |2
B 16125R [ J 125 109 80 63 38.1 15.9 10.0 35.5 55 30 6 2.7 1
Body (Extra Fine Pitch) Dimensions (mm)
Cat. No § Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght Flg
) ’ & | DCX DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg)
RSXF 16063RS |@® 63 47 50 40 22 10.4 6.3 20 18 11 5 0.4 1
0 16080RS (@ ‘80 64 55 50 27 12.4 7.0 25 20 14 6 0.8 1
%_) 16100RS @ 100 84 70 50 32 14.4 8.5 32 46 — 7 1.3 3
= 16125RS (@ 125 109 80 63 40 16.4 9.5 29 52 29 8 2.5 1
16160RS 160 144 130 63 40 16.4 9.5 29 88 — 10 4.8 5
RSXF 16080R ([ ‘80 64 55) 50 25.4 9.5 6.0 25 20 13 6 0.8 1
5 16100R ® 100 84 70 63 31.75 12.7 8.0 32.5 46 28 7 1.7 2
£ 16125R [ 125 109 80 63 38.1 15.9 10.0 8515 55 30 8 2.6 1
16160R 160 144 100 63 50.8 19.1 11.0 38 72 — 10 4.3 4

Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
m W For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).

Note: The values in red have been changed from the 2021-2022 General Catalogue.

Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting M4 | 4 Fig 1 8-cornered @ Cross Section of
Process | General-purpose VE] 4 Cutting Edge
Roughing [K] ‘—ﬂ
o o o o o
C N 8 8 9 8 8 “C‘.IETM Corner Radius |Thickness| F G type
at. No. o ¢ S S S role ig
O O IC RE S
2128188 SR
RDET 1606 MOEN-G | @ [ J o [ ] ® | 16 8.0 6.5 |1 type
1606MOEN-H | @ [ J [ J [ ® |16 8.0 6.5 |1

Precautions for Mounting Inserts 1€~ H196
Identification Code Recommended Cutting Conditions

s1911nD
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RSX F 16 063 R S 50| Work Material | Hardnees PSPt FaedRabtofmmy | Insert
—_— — _— ——  —  — Min, - Optimum - Max. | Min. - Optimum - Max. | Grade
Series Code Extra Insert Max. Dia. Feed Metric Carbon Steal 1180 to 280 HB| 100 200 020 0.60|ACP200
Fine Pitch  Size Direction Bore arbon Stee to ~160- 20-0.40-0.
Alloy Steel 180 to 280 HB | 100-140-180 |0.20-0.30-0.40 |ACP200
5 % Ferritic 200HB 150-180-200 |0.15-0.25-0.35 |ACM300|
2 g Martensitic | 200 to 330HB | 80-120-180 |0.15-0.25-0.35 ACM300
arts &5
Detachable Wrench | Anti- M @ B | Austenitic 200HB 150-180-200 |0.15-0.25-0.35 ACM300,
Integrated . o8 Duplex
Flat Insert Screw Handle . seizure g2 .~ 1230to270HB| 80-120-180 |0.15-0.25-0.35 ACM200|
) Wrench Giib Bit Sz ‘T | = | (Austenttic/Ferritic)
Applicable D1 & Dastokortois]  330HB | 60-100-160 |0.15-0.25-0.35 ACM200
C

Cutter O ast Iron 250HB | 80-120-160 |0.10-0.30-0.40 |ACK300
(N'";/ HetRessint oy | Ni-based Material | 250 to 350HB | 20- 30 - 40 |0.10-0.20-0.30
ACM100

PueThaium 5% | (Rm400) | 60- 80 -100 |0.10-0.20-0.30

RSX[) 16063RS T B Alloy| (Rm1050) | 40- 50 - 60 |0.10-0.20-030] 20"
RSX(F) 15080H(S) BFTX0511IP | 5.0 o HPL2025 TRB20IP|SUMI-P [ The cutting conditions are guidelines. Actual conditions will need to be adjusted

Up to RSX(F} 16125H(S) according to machine rigidity, work clamp rigidity, depth of cut and other factors.
RSXF 16160H(S)|BFTX051 1IP | 5.0 |[TRDR20IP — — SUMI-P

N-m Recommended Tightening Torque (N-m) H1 99



SEC-Wave Radius Mill

RSX(F) 20000R(S) type
1[ 1000 J ] [ 2.7m )] @

Q

4-cornered 8-cornered Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling
Fig1 DGCSFMs Fige DCSFMS Fig3 DCSFMs Fig4 DCSFMS Fig5 DCSFMS
DCB DCB DCB DCB 066.7
K KW, K, Kow, DCB
% i 4-p14
[ &~ @ o afal7 | [
o® o 8 " 52 g ik
S8 i 50 u 2
E 3 K K
© .18 | | B
D2
D1 D1 D1 D1
DC DC DC DC
DCX DCX DCX DCX
5 BOdy (Standard PItCh) Dimensions (mm)
é Cat. No é Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght Fi
s ’ ’ &»| DCX DC |DCSFMS L[F DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
& o RSX 20080RS o ‘80 60 55 50 27 12.4 7 22 20 14 4 0.9 1
i = 20100RS o 100 80 70 50 32 14.4 8 32 46 — 5 1.8 &
% 20125RS o 125 105 80 63 40 16.4 9 29 52 29 6 2.6 1
g o 20160RS () 160 140 130 63 40 16.4 9 29 90 — 7 4.7 B
> é RSX 20080R ([ ‘80 60 55 50 25.4 9.5 6 25 20 14 4 0.9 1
‘%E S 20100R ([ 100 80 70 63 31.75 12.7 8 32 46 27 5 1.8 2
£ 20125R o 125 105 80 63 38.1 15.9 10 35.5 55 30 6 2.6 1
= 20160R [ J 160 140 130 63 50.8 19.1 11 38 72 — 7 4.2 4
8
£ Body (Extra Fine Pitch) Dimensions (mm)
e Cat. No § Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght Flg
’ ) &»| DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg)
L2 o RSXF 20080RS (@ ‘80 60 55 50 27 12.4 7 22 20 14 5 0.9 1
% g_ s 20100RS |@ 100 80 70 50 32 14.4 8 32 46 — 6 1.8 &
=5 % 20125RS |@ 125 105 80 63 40 16.4 9 29 52 29 7 2.6 1
e 20160RS |@® 160 140 130 63 40 16.4 9 29 90 — 9 4.6 B
RSXF 20080R o ‘80 60 55 50 25.4 9.5 6 25 20 14 5 0.9 1
0 s 20100R ® 100 80 70 63 31.75 12.7 8 32 46 27 6 1.8 2
-.g £ 20125R o 125 105 80 63 38.1 15.9 10 35.5 55 30 7 2.6 1
@ 20160R () 160 140 130 63 50.8 19.1 11 38 72 — 9 4.1 4
Inserts are sold separately. Take note of the cutter mounting size (DCB) when selecting a cutter.
m @ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, g100: M16 x 40 to 45mm).
8 CE” Note: The values in red have been changed from the 2021-2022 General Catalogue.
s
E (%, Insert Dimensions (mm)
- Grade Classification Coated Carbide
g g High-speed/Light Cutting 4 Fig 1 8-cornered @ Cross Section of
g 3 |Process Gen:ral-plf‘urpose - g 4 RE Cutting Edge
© 5 oughin = ]
;Ig) & S o o o o T
L o o o =] O |inscribed G type
= Cat. No. & Q g g g Circle Com;;ad\us Thlcgess Flg
£ (6] Q
: |2 |22 |8 ]|"“ c 8 /
€ | RDET 2006MOEN-G | @ e o o ® (20| 100 |65 1 Htype
& 2006MOEN-H| @ [ [ J () ® | 20 10.0 6.5 |1
» Precautions for Mounting Inserts I€- H196
>
2 o |dentification Code . i,
kL Recommended Cutting Conditions
5 = RSX F 20 080 R S . Cutting Speed vc (m/min)]  Feed Rate fz (mm/t) Insert
4 — — _ ——  —  — ISO| Work Material Hardness ) ) ; )
5 SeriesCode  Extra  Insert  Max.Dia. Feed Metric Min. - Optimum - Max. | Min.- Optimum - Max. | Grade
g‘ 3 Fine Pitch  Size Direction Bore Carbon Steel 180 to 280 HB| 100-160-200 |0.20-0.40-0.60 |[ACP200
= % Alloy Steel 180 to 280 HB | 100-140-180 |0.20-0.30-0.40 |ACP200
4 = _| 8| Ferritic 200HB 150-180-200 |0.15-0.25-0.35 |ACM300|
82 Parts 8| £ [Martensiti -120- -0.25-
T : PR itic | 200 to 330HB | 80-120-180 |0.15-0.25-0.35 |ACM300|
Flat Integrated Detachable Wrench | Anti- M 3 B | Austenitic | 200HB | 150-180-200 |0.15-0.25-0.35 ACM30Q
Insert Screw | Wrench | Handle | g, jseizure =8| DB 0t0270HB | 80-120-180 |0.15-0.25-0.35 ACM200
Grip Cream T zf (Austenitic/Ferrtic) o
Cat. No. 3 @ S | et Hadered Stuctes 330HB 60-100-160 |0.15-0.25-0.35 |ACM200|
@ @ % % Cast Iron 250HB 80-120-160 |0.10-0.30-0.40 ACK300
Heaesisint Aoy | Ni-based Material| 250 to 350HB | 20- 30 - 40 |0.10-0.20-0.30 ACM100
RSX(F) 20080R() Tani Pure Tianium (95%) | (Rm400) 60- 80 -100 |0.10-0.20-0.30 ACMZ200!
o l0RSHF 20125R(S)BFTX0615IP 50 | — |HPL2025[TRB25IP|SUMI-P M B Alloy | (Rm1050) | 40- 50 - 60 |0.10-0.20-0.30| ~
— — _ The cutting conditions are guidelines. Actual conditions will need to be adjusted
RSX(F) 20160R(S)BFTX061 5P| 5.0 [TRDR25IP SUMI-P Note according to machine rigidity, work clamp rigidity, depth of cut and other factors.

H200

N-m, Recommended Tightening Torque (N-m)




SEC-Wave Radius Mill

RSX(F)

Rake

Angle Axial 10°

.'

;4mm) ;smm)

| 6m

(0BOOOES)

(10000ES)

4-cornered
(12000ES)

8-cornered
(12000ES)

I. iy ‘

Face Milling  Shoulder Miling ~ Groove Milling

Ramping

P

Steel

Profiling

Cast Iron J Exotic Alloy

Helical Milling

Fig 1

DN

DCX

—

g

[a]
P

o — "

DMM h7

LH
LF

Dimensions (mm)

Dimensions (mm)

Body (Standard Pitch) Applicable Insert IC = 8mm type

Body (Extra Fine Pitch) Applicable Insert IC = 8mm type

S [Max. Dia.| Dia. | Shank |Diameter| Head |ovallangNUmber, Welght . O [Max.Dia.| Dia. | Shank |Diameter| Head |OiralLengh NumberWeight .
sl & |pCx| DC |DMM| DN | LH | LF |ofTeet] (kg |9 GaL N & |DCxX| DC |DMM| DN | LH | LF |ofTeeti (kg) |7
RSX 08020ES @® 20 | 12| 20 |16.9| 30 |[100| 2 | 0.3 |1 RSXF 08020ES |®| 20 | 12 | 20 (16.9| 30 |100| 3 | 0.3 |1
08025ES @ 25|17 | 25 |21.9| 40 |[120| 3 | 0.4 |1 08025ES |@| 25 | 12 | 25 (21.9]| 40 (120| 4 | 0.4 |1
Body (Standard Pitch) Applicable Insert IC = 10mm type pimensions (mm)  Body (Extra Fine Pitch) Applicable Insert IC = 10mm type Dimensions (mm)
S |Max.Dia| Dia. | Shank |Diameter| Head |owalagn|Number|Weight| _. <5 |Max. Dia.| Dia. | Shank |Diameter| Head |oealLen|Number|Weight| _.
i & |DCX| DC |DMM| DN | LH | LF |ofTeet] (kg) |9 Sl & |DCX| DC |DMM| DN | LH | LF |ofTeeti (kg |79
RSX 10025ES @ 25| 15| 25 |20.3| 50 |{130| 2 |04 |1 RSXF 10025ES |@®| 25 | 15 | 25 |20.3| 50 [130| 3 | 0.4
10032ES @ 32|22 |32|27.1| 50 {130 3 | 0.7 |1 10032ES |@®| 32 | 22 | 32 |27.1| 50 |[130| 4 | 0.7
Body (Standard Pitch) Applicable Insert IC = 12mm type Dimensions (mm)  Body (Extra Fine Pitch) Applicable Insert IC = 12mm type Dimensions (mm)
S |Max.Dia| Dia. | Shank |Diameter| Head |owalLegnNUMber Welght . 5 |Max.Dia| Dia. | Shank |Diameter| Head |0l lengh NumberWeight X
i o, £|pcx| DC pMM| DN | LH | LF [of Teett| (k) |9 Cait e £ |pcx| DC DMM| DN | LH | LF |of Teet| (ko) |9
RSX 12032ES @ 32| 20 | 32 |25.6] 50 |130| 2 | 0.7 |1 RSXF 12032ES @ 32 | 20 | 32 |25.6| 50 |130| 3 | 0.7 |1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification| Coated Carbide
High-speed/Light Cutting g | M4 Fig 1 4-cornered Fig 2 8-cornered
Process|General-purpose| (| | AE
Roughing || 3 12 @ L
8 8 '8 § § Inscribed| Corner . %J
Cat. No. & Q|S|S|S| o Raus T Applicable Cutter |Fig ‘
C|0|G|G6|G|Ic | RE| S IC s | |s
<< | < | < - '
NN BN BE AN BN J 1
RDET 8232”35“_& . . . . . 8 4.0 |3.18 RSX(F)OBOOOES 1 @ Cross Section of Cutting Edge
RDET 10T3MOEN-G | ® [ ® ©® ©® © 1
10T3MOEN-H | @ (@ (@ | ® | ® 10 | 5.0 |3.97 | RSX(F)10000RS/ES 1 __ﬂ ﬁ
RDET 1204MOEN-G | ® | © ([ ® ©®  © 2 e H o
1204MOEN-H | @ (@ (@ | ® | ® 12 | 6.0 |4.76 | RSX(F)12000RS/ES 5 typ typ
Precautions for Mounting Inserts 1€~ H196
Identification Code Recommended Cutting Conditions
RSX F 10 025 ES 150! Work Material Hardness CulttingSpe.edvc(m/min) lFeedRat.efz(mm/t) Insert
S — Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Series Code Extra Insert Max. Dia.  Shank Carbon Stesl 1180 to 280 HB1 100 200 1020 0.60|ACP200
Fine Pitch  Size type n arbon Steel to -160- .20-0.40-0.
Alloy Steel 180 to 280 HB| 100-140-180 |0.20-0.30-0.40 |ACP200
% % Ferritic 200HB 150-180-200 |0.15-0.25-0.35 |ACM300|
Parts £| 5 [Martensitic| 200 to 330HB | 80-120-180 |0.15-0.25-0.35 ACM30Q
1o »| 3| Austenitic | 200HB | 150-180-200 |0.15-0.25-0.35|ACM300
Flat Insert Screw | Wrench it £7bly M 3 § Duplex
Cream c| 2 . . |230to 270HB | 80-120-180 |0.15-0.25-0.35 ACM200
Applicable Cutter % b= (Austenitic/Ferritic)
PP @ S |ysiotaedSties|  330HB 60-100-160 |0.15-0.25-0.35 |ACM200|
" Cast Iron 250HB 80-120-160 |0.10-0.30-0.40 |ACK300
ettty | Ni-based Material| 250 to 350HB | 20- 30 - 40 |0.10-0.20-0.30 ACM100
RSX(F)08000ES BFTX025061P| 1.5 [TRDRO08IP |SUMI-P i Pre T 5% | (Rm400) 60- 80 100 |0.10-0.20-0.30 I’-‘\f‘MZOO
RSX(F)10000ES BFTX03584IP| 3.0 [TRDR15IP |[SUMI-P a+BAloy| (Rm1050) | 40-50 - 60 |0.10-0.20-0.30
RSX(F)12000ES BFTX0409IP | 3.0 [TRDR15IP [SUMI-P

Note

The cutting conditions are guidelines. Actual conditions will need to be adjusted

according to machine rigidity, work clamp rigidity, depth of cut and other factors.

N-m Recommended Tightening Torque (N-m)

s1911nD
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H201



B Features

The SEC-Wave Radius Mill WRCX type is a versatile,
high-efficiency cutter that is suited to various types

of machining such as deep shoulder milling of molds,
ramping, and helical milling.

Furthermore, a wide selection of chipbreakers and
grades covers a wide range of work materials, from steel
to non-ferrous metals.

@ Durable body with special surface treatment offers

@ In addition to conventional WRC type inserts, the new lineup
includes non-ferrous metal inserts and surfing inserts

B Product Range

significantly improved tool life and reliability. Cat. No. M | oo O
@ Superb chatter resistance with anti-vibration edge design. Shell WRCX(F) 12000R(S) | 240 to 80 4-6
@ All sizes come with coolant holes preventing chip build-up type | WRCX(F) 16000R(S) |0631t02100)  3-6
di . WRCX 20000R(S) 0125 to 0160 5-6
and jamming. Shani | WRCX 08000E 020to 025 2-3
@ Sturdy screw clamp with Torx Plus screw insert mounting tygr; WRCX 10000E 225 to 032 2-3
ensures stable machining. WRCX 16000E 240t0 50|  2-3
Modular WRCX 08000M 220 to 925 2-3
B Abundant Insert Series type | WRCX 10000M 225t0 32| 2-3

WRCX 12000M 040 4

Modular type 1€ H272

@ Maximum Allowable Spindle Speed when Milling Non-Ferrous Metal  (uni: miny)
INon-Ferrous Metal lnserts: QPET OOOO0O0 PPFR-S Max. Dia. Insert Cat. No.
® Good surface roughness with arc-shaped wiper edge DCX(mm) | QPET10----S | QPET12---S | QPET16---S
® Sharp corners 25 28,000
® Four-cornered insert 32 25,000
40 22,000 15,000
50 20,000 14,000
Corner Radius e 18,000 13,000
Arc-Shaped Wiper Edge 80 16,000 12,000
—>|—|<7 100 10,000

* The maximum allowable spindle speeds are set to prevent the inserts from dislodging by
centrifugal force. Even if the speed used is within the maximum allowable spindle speeds,
abnormal vibrations may occur due to machine rigidity or other factors. Therefore, it is
advisable to start operation at half the maximum allowable spindle speed and increase

Surfing Insert QPMT OOOOOO PPER-R

® Cutting edges feature unique rippled design

® Four-cornered insert
® Low cutting force, enabling use ?ﬁf
,J-’Zi

on low-rigidity machines as well
(Position 0°)

* Use in combinations that
alternate cutting edge A and
cutting edge B.

(Only usable on cutters with an even
number of cutting edges)

B Usage Precautions
@ Precautions for Helical Milling

. Milling

@ Precautions for Ramping

the speed gradually while checking for abnormalities.

B
(Position Rotated 90°)

A+B B

A
(Shape Created) Shift the phase in 90°

increments to mount inserts

@ Recommended Values for Helical Milling and Ramping

, Helical Milling (Dimensions in mm) [Ramping
Standardﬂlgameter Insert Cat. No.  |Max.Dia.[Machining Dia. @D|lairunRamAge
=—— DCX |Min. Dia D] Max. i RMPX{max)
] 7 @ Use at the RMPX below or lower.
JHEEL ©) QPOO08000OO
7
Standard Diameter or Below QPOO100000
| oD |
I- . i QPOO120000
[T1{0) Centre uncut portion cannot be
7 removed by traverse cutting
7 with the same cutter.
Standard Diameter or Above
F‘Lﬁ QPOO160000
l—— V7, Centre uncut portion can be
S0 removed by traverse cutting
with the same cutter.
" QPOO200000

H202




SEC-Wave Radius Mill

[ 6m J ‘

Rake N IR I

Angle Axial -3°
Face Milling ~ Shoulder Miling ~ Groove Miling ~ Ramping Profiling  Helical Milling
Fig 1 DCSFMS
% _DCB
4 KWW
Y [
o
Q| 3
8
= o=
g =
>
D2 0@
D1
DC
DCX
BOdy (Standard PItCh) Dimensions (mm)
Cat. No § Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight i
T & | DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
o WRCX 12040RS (@® 40 28 36 40 16 8.4 5.6 18 14 9 4 0.2 1
= 12050RS (@ 50 38 40 40 22 104 6.3 20 18 11 4 0.2 1
g 12063RS (@ 63 51 40 40 22 104 6.3 20 18 11 5 0.4 1
12080RS (@ ‘80 68 55 50 27 12.4 7.0 25 20 13.5 6 0.9 1
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Body (Extra Fine PltCh) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia.  |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number We|ght Fi
T &% | DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
o WRCXF 12050RS @ 50 38 40 40 22 104 6.3 20 18 11 5 0.2 1
= 12063RS @ 63 51 40 40 22 104 6.3 20 18 11 6 0.4 1
9]
=
Inserts are sold separately.
@ For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (M12 x 30 to 35mm).
Insert (Common) Dimensions (mm) 2
Grade Classification Coated Carbide |Cemerted Catice| DLC Fig 1 8-cornered Fig 2 4 corners %
High-speed/Light Cutting || | |[3 <IN PN
Process | General-purpose EAE K] [N] e Yo Ve RE
Roughing EAEAII K| \\kJ/r n )=
8 § § 8 (8) 8 Inscribed | Corner — IC 90° S IC S
icati = i o Circle Radius LB
Applications Cat. No. % % % % 5 T - o — s Fig Fig 3 4 corners
< << | < (&
RE
General-| QPMT 120440 PPEN 00 e — | 12 4.0 | 476 |1 (J o
purpose 120440PPEN-H | (@ @ (@@ — | — | 12 | 40 | 476 |1 N\ A
Non-Ferous Metds| QPET 120460 PPFR-S | —|—|—|—|—| @ @ | 12 6.0 | 476 |2 ps s
Surfing | QPMT 120460 PPER-R [ 2K ) — — | 12 6.0 | 476 |3 -
*: -H at the end indicates strong edged.
Parts Recommended Cutting Conditions
Detachable Wrench |  Anti- Diameter 940 to 680mm
A ST H(aan.d = Bit Sg;;;f SO Work Hardness Cutting Speed ve (m/min) | Feed Rate fz (mm/t) Insert
e Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
@ 0 Carbon Steel| 180 to 280HB| 100-160-200 0.20-0.40-0.60 | ACP200
0 </ Alloy Steel| 180 to 280HB| 100-140-180 0.20-0.30-0.40 | ACP200
- Stainless Steel — 80-120-160 0.10-0.20-0.30 | ACP300
BFTX04091P | 3.0 |HPS1015 [TRB15IP|SUMI-P Castlron| 250HB | 80-120-160 | 0.10-0.20-0.40 | ACK200
Non-Ferrous Metals — 200-500-1,000 | 0.10-0.30-0.40 | DL1000
[ 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.

N-m) Recommended Tightening Torque (N-m) H203



Steel Cast Iron | Auminum Aloy

Rake N IR

Angle Axial -3°

)@

Face Milling  Shoulder Milng ~ Groove Miling

Ramping

Profiling

Helical Milling

Flot o 4’0%86? S Figz pcsrms
o
v 9
& <=
8 " 5
— 8 5
Ea
D1 o, B
DC DC -
DoX DoX
BOdy (Standard PItCh) Dimensions (mm)
Cat. No é Max. Dia. Dia. Boss Height Hole Dia. [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Weight Flg
T &»| DCX DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg)
©| WRCX 16063RS |@® 63 47 50 40 22 104 6.3 20 18 11 3 0.4 1
*:1:5 16080RS @®| 80 64 55 50 27 12.4 7.0 25 20 13.5 4 0.8 1
= 16100RS (@ 100 84 70 50 32 14.4 8.5 32 46 — 5 1.2 2
S 16080R |@ 80 64 55 50 25.4 o5 6.0 25 20 13 4 0.8 1
= 16100R |®@| 100 84 70 63 31.75 12.7 8.0 32 46 17 5 1.4 1
Inserts are sold separately.
BOdy (EXtra Fine PItCh) Dimensions (mm)
Cat. No _<;> Max. Dia. Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Weight Flg
T &»| DCX DC |DCSFMS| LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg)
© | WRCXF 16063RS |@® 63 47 50 40 22 10.4 6.3 20 18 11 4 0.4 1
%_5 16080RS |®| 80 64 55 50 27 12.4 7.0 25 20 13.5 5 0.7 1
= 16100RS |@| 100 84 70 50 32 14.4 8.5 32 46 — 6 1.2 2

Inserts are sold separately.
y For mounting the cutters marked with * to an arbor, use a JIS B1176 hex socket bolt (¢80: M12 x 30 to 35mm, 2100: M16 x 40 to 45mm).

Insert Dimensions (mm)
Grade Classification Coated Carbide |Ganented Catide| DLC
High-speed/Light Cutting|[@| | |3 N Fig 1 8-cornered Fig 2
Process| General-purpose || 3 [N] — (CP type)
Roughin 7 |7 A
S oog o 'L()J'Q =
OO0/l |lO|O © | Inscribed [ Corner o N
Applications Cat. No. alaRge T S | Cicle | Radius | TETES Fig c s
o|o|c|a|o 2 1c | RE| S o0°
S TN e Fig 3 Fig 4
General-| QPMT 160660 PPEN ) ® o0 e — - 16 6.0 65 |1 D 4 corners Surfing Insert BEERVILES
purpose 160660 PPEN-H' 00 e 16 6.0 | 65 |1 .
Anti- | QPMT 160608 PPEN 00 e 16 08 | 65 |1 Va Rg ] ff)
LU - — (e ©
Vibration2 160603PPEN-CP| |® | ® | ® | ® 16 | 08 | 65 |2 \Y
Non-Ferous Metdls| QPET 160680PPFR-S | —|—[—|—|—| @ ® | 16 8.0 | 6,5 |3 pa s I
Surfing | QPMT 160680 PPER-R OO — [ —] 16 | 80 | 65 |4 ‘

*1: -H at the end indicates strong cutting edge type.
*2: For insert arrangements in anti-vibration applications, place the 08 type and 08-CP type alternately.
Only even numbers of cutting edges are usable.

Parts Recommended Cutting Conditions

. Milling

H204

Detachable Wrench | Anti- Diameter 940 to 680mm
AER [TECrE e Hgn.d = Bit Scerl(:::s SO Work Hardness Cutting Speed v (m/min) | Feed Rate fz (mm/) Insert Grades
I’Ip Material Min. - Optimum - Max. | Min. - Optimum - Max.
@ O Carbon Steel[180 to 280HB| 100- 160 -200 | 0.20- 0.40 -0.60 ACP200
4 Alloy Steel[180 to 280HB| 100- 140 -180 | 0.20- 0.30 -0.40 ACP200
- Stainless Steel — 80- 120 -160 | 0.10- 0.20 -0.30 ACP300
BFTX0511IP | 5.0 |HPL2025[TRB20IP|SUMI-P Castlron| 250HB | 80- 120 -160 | 0.10- 0.20 -0.40 | ACK200
Non-Ferrous Metals, — 200- 500 -1,000| 0.10- 0.30 -0.40 DL1000

(N-m Recommended Tightening Torque (N-m)

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.

Diameter 100 to 160mm

IS0 Wor|.< Hardness Cu‘tting Spe.ed ve (m/min) feed Rafe fz (mm#) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. Grades
Carbon Steel|180 to 280HB| 150- 200 -250 | 0.30- 0.40 -0.60 | ACP200
Alloy Steel|180 to 280HB| 100- 160 -200 | 0.10- 0.30 -0.50 | ACP200
Stainless Steel — 160- 180 -200 | 0.15- 0.20 -0.30 | ACP300
Cast Iron | 250HB 100- 150 -200 | 0.10- 0.15 -0.20 | ACK200
Non-Ferrous Metals — 200- 500 -1,000| 0.20- 0.40 -0.60 | DL1000

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.




SEC-Wave Radius Mill

[0 @

Rake N IR I

Angle Axial -3°
Face Milling ~ ShoulderMiling ~ Groove Miling ~ Ramping Profiling  Helical Milling
. DCSFMS .
Fig! o —peg ™ Fig 2 . DOSFMs
<[~ & .DcB
anal < KWW
o el
(a1l I
3 5 o
5 o c g
O [T -=
I - e g
o2 Chi
D1 b
DC DC
box ., DX ]
BOdy Dimensions (mm)
Cat. No § Max. Dia. Dia. Boss Height Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight =
T & | DCX DC |DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth| (kg) 9
S WRCX 20125R ® 125 105 80 63 38.1 15.9 10.0 35.5 55 30 5 2.3 1
= 20160R ® 160 140 100 63 50.8 19.1 11.0 41.5 72 — 6 4.0 2
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification Coated Carbide |Cemerted Catice| DLC Fig 1 8-cornered Fig 2 11°15' 8 corners
High-speed/Light Cutting || | |[d <IN AN -
Process| General-purpose F4 (K] [N] O o
. ST Ny
Roughing & K] N
ololo|o|o o .
o|lo|o|o|O O | Inscribed | Corner ) IC o 1S S
Applications Cat. No. AR |Q(E| T | 2| o | R TR %
Slo|clo|o 2 1c | RE| S ig
<< << o 4 corners
General-| QPMT 200670 PPEN o0 oo — | 20 70| 6.5 |1
purpose 20670PPEN-H' | @ /@ | ®|®| — | — | 20 | 70| 65 |1 V> ' b8
Anti- | QPMT 200608 PPEN o0 0o — — | 20 08| 65 |1 X
Vibration® 200608 PPEN-CP o006 — ] 20 0.8 | 65 |2
Surfing | QPMT 2006100 PPER-R OO — — | 20 | 100 | 65 |3 Ic S D
*1: -H at the end indicates strong cutting edge type. =3
*2: For insert arrangements in anti-vibration applications, place the 08 type and 08-CP type alternately. &
Parts Recommended Cutting Conditions
i- | Diameter 100 to 6160mm
Flat Insert Screw e ?-(leta(?lable eneh s:\ir;ﬂre
) Wrench én. e Bit Cream | iso Work Hardness Cutting Speed v (m/min) | Feed Rate fz (mm/) Insert
Applicable . B Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Oy @ f' O Carbon Steel[180 to 280HB| 150-200-250 0.30-0.40-0.60 | ACP200
/ </ Alloy Steel|180 to 280HB| 100-160-200 0.10-0.30-0.50 | ACP200
- Stainless Steel — 160-180-200 0.15-0.20-0.30 | ACP300
WRCX 20125R |BFTX0615IP| 7.5 | — |HPL2025TRB25IP|g |\\ o Castlron| 250HB | 100-150-200 | 0.10-0.15-0.20 | ACK200
WRCX 20160R |BFTX0615IP| 7.5 [TRDR25IP — — ¥ 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. I

N-m Recommended Tightening Torque (N-m) H205



SEC-Wave Radius Mill

WRCX 08000E(S/M)/10000E(S/M)/16000E(S/M) type [ m CAL)

P Radial '3_t;°0° 1 4mm) ‘I SmmJ ‘I smmJ

Angle Axial I
(08000E type) (10000E type) (16000E type) FaceMiing Stouderliing GrooveMilng ~ Ramping  Profiling  Helical Miling
Fig 1
z
D ~
o %16 =
£8 off = =
=
s 3 LH
=43) ‘—’J LF
sn Body (Applicable Insert IC = 8mm type) Dimensions mm)  Parts
£ Cat. No § Max. Dia| Dia. | Shank [Diameter| Head |ovealLengn| Number|Weight Fi Applicable Cutter Flat Insert Screw Wrench  |Anti-seizure Cream
s " |&»|DCX| DC [DMM| DN | LH | LF |ofTeeth) () WRCX08000E type [BFTX02506IP ¢ 1.5 [TRDRO8IP
8 | WRCX08020ES (@ 20 | 12 | 20 | 18 | 50 [130 | 2 |0.2|1| |WRCX10000E type |BFTX03584IP @ 3.0 TRDR15IP |SUMI-P
& 08020EM @ 20 | 12 | 20 | 18 | 100 | 180 | 2 |0.3|1 WRCX16000E type [BFTX0511IP @ 5.0 [TRDR20IP
08020EL 20 | 12 | 20 | 18 | 130|250 | 2 |0.51
S o |WRCX08025ES (@[ 25 | 17 [ 25 | 21 [ 50 [130 [ 3 [0.4[1
IS 08025EM |@| 25 | 17 | 25 | 21 | 100 |180 | 3 |0.5/1| Recommended Cutting Conditions
‘% = 08025EL 25 | 17 | 25 | 21 | 130|250 | 3 |(0.7|1 Diameter 920 to 32mm
Body (Applicable Insert IC = 10mm type) Dimensions (nm)  |ISO Work Hardness Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
8 ~ - Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Ii) Cat. No g [Max. Dia.| Dia. | Shank |Diameter| Head |OvemlLengh Number |Weight Fig
B 8 8 &#IDCX| DC |DMM| DN LH LF |of Teeth| (kg Carbon Steel| 180 to 280HB 80-120-160 0.10-0.30-0.40 | ACP200
_:g:) WRCX 10025ES |®@| 25 15 o5 21 50 | 130 2 10.4]1 Al!oy Steel [180 to 280HB 60-100-140 0.10-0.20-0.30 | ACP200
10025EM | @ | 25 15 25 21 100 | 180 2 |0.5/1 M | Stainless Steel — 60-100-120 0.10-0.15-0.20 | ACP300
10025EL 25 15 25 21 130 | 250 2 10.711 Cast Iron 250HB 60- 80 -120 0.10-0.20-0.30 | ACK200
Lg WRCX 10032ES |®@| 32 20 32 o8 50 1130 3 0.7/1 Non-Ferrous Alloys — 200-500-1,000 | 0.10-0.20-0.30 | DL1000
= The cutti diti b ide. Actual conditi ill need to be adjusted
SE | oomeM @) 32 | 22 o2 | 28 120 200 | 3 tol1 [ T condi sbovee o etudcondons wieodo et
o 10032EL 32 | 22 | 32 | 28 | 180|300 | 3 (1.5/1 Diameter 40 to 850mm
Body (Applicable Insert IC = 16mm type) Dimensions (mm) || Work Hardness | CUting Speed vo (mmin) | Feed Rate fz mmY Insert
S Cat. N _(:) Max. Dia| Dia. | Shank |Diameter| Head |OverlLengih| NUMbEY Welghl Fi Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
S aLNo- 1 31pex| e [DMM| DN | LH | LF |of Teeth| (g | Carbon Steel| 180 t0 280HB| 100-160-200 | 0.20-0.40-0.60 | ACP200
©  |WRCX16040ES |@| 40 | 24 | 32 |31.3| 50 | 170 | 2 |0.9]1 Alloy Steel |180to 280HB| 100-140-180 0.20-0.30-0.40 | ACP200
16040EM |@| 40 | 24 | 32 |31.3| 50 | 250 | 2 |1.4|1 M | Stainless Steel — 80-120-160 0.10-0.20-0.30 | ACP300
Qo WRCX 16050ES |@| 50 | 34 | 32 |40.8| 50 | 170 | 3 |1.0|1 Cast Iron 250HB 80-120-160 0.10-0.20-0.40 | ACK200
gé 16050EM |@| 50 | 34 | 32 [40.8| 50 | 250 | 3 |1.5|1 Non-Ferrous Alloys — 200-500-1,000 | 0.10-0.30-0.40 | DL1000
o § Inserts are sold separately. The cutting conditions above are a guide. Actual conditions will need to be adjusted
E (%, according to machine rigidity, work clamp rigidity, depth of cut and other factors.
@ Insert Dimensions (mm)
s Grade Classification Coated Carbide[lm#(4¢] DLC o —
£5 -~ - - ig S
3¢ High-speed/Light Cutting ﬂ _ (<IN goomers (NN o |
2a Process General-purpose | |73 o ] =
= Roughing E](E K 2t
o IC <§>J
£ ololo|o|o o 90°
2 (‘:_) 8 8 8 8 o \ns;r\bed Corner R
£ | |Applications Cat. No. olawR| T | 8 | e |Ras Fig| Applicable Cutter | Fig»
g Q|Cc|clo|o = [IC|RE| S oo
o << |<|<|< ) (CP type) RE
@ 8 corners
= QPMT 080330 PPEN o000 — | — 813.0/3.18] 1 T
o (®)
Eg oo 080330 PPEN-H'| ®@/®/@® — | — | 8 30/3.18 1 |/RCX08000E type =
£ 2 |General- QPMT 10T335 PPEN o0 0® —  — 10(35(397|1
= S
5= |purpose 10T335 PPEN-H'| |@|/®/@/® — | — | 10|35 397 1 |WRCX10000Etype o0 ==
QPMT 160660 PPEN o0 0® —  — 16(6.0/65 |1
£3 160660 PPEN-H1| |@|® ®/® — | — | 16|60 65 | 1 |WROX16000Etpe |
= Anti- | QPMT 160608 PPEN o0 0® — |  16|08|65 |1 RE
()
BL | vioraion: 160608 PPEN-CP| |@/®@/®@/® — | — |16|08/65 | o | VRCX16000Etype |~ " " - C e
O == |Non-Ferrous] QPET 10T350 PPFR-S | —|—|—|—|—| @ | @ | 10| 5.0|3.97| 3 | WRCX10000E type
Metals | QPET 160680 PPFR-S |—|—|—|—|—| @ | @ | 16| 8.0(6.5 | 3 | WRCX16000E type s
Surfing | QPMT 160680 PPER-R [ JL ] — | — |16 ]8.0/6.5 | 4 | WRCX16000E type ! IC e
Fig 4
4 corners RE Y
/@ el
e
ic s,

*1: -H at the end indicates strong cutting edge type. *2: For insert arrangements in anti-vibration applications, place the 08 type and 08-CP type alternately.

H206 N-m, Recommended Tightening Torque (N-m)



SEC-WaveBall

WBM

B Features
A lineup of 20 to 850mm ballnose shank type cutter models

for 3D profile roughing of die molds and machine parts.

@ WBMR2000/2000L (220 to 850mm)
e Wave-shaped high rake angle insert design achieves a sharp

cutting edge and low cutting force 0=
e Economical M-class insert with strong cutting edge § =
e Anti-rotation guides prevent insert from slipping during machining 38

e Integrated insert shape is used for large diameter cutters (240,

©50), enabling easier tool management m
@ WBMR type Anti-Rotation Mechanism | WBMR2000 B Performance
(220 to 50mm) :
@ Cutting Force
4, Cutter Dia.: 025 D WBMR type
Clrcumferlent'i;\‘ [ Comp's (Company 4) \é\lot:k Mgteriz!;.SSOC
movement of the = uttin onditions
e e (WBMRZ2508) £ 4 (Shotier Millng,
controlled by guide 8 Down Cutting)
faces () and( WBMR2000L 2 o) ve = 200m/min
e ®) (020 to o50mm) 2 fz= 016t
cutting. :3) M Pl == | ae = 5mm
0 Principal Force  Feed Force  Back Force
(WBMR2500SL)
B Product Range
B Application Examples o B ()
Evaluation = Cat. No.
o (D:old Molding Evaluation of flank wear = 220 | 225 | @30 | 040 | @50
width after continuous
(SIED‘] 1) cuttir|19 fotrhseven hours WBMR 2000S L L L4 o L
was less than
competitor's product. WBMR 2000M Ld Ld L g Ld
Stable cutting was WBMR 2000L [ ] [ ) [ ) [ ] [ )
observed.
WBMR2200S (020) WBMR 2000S(M/L)-C [ ]
Cuting Condtions WBMR 2000SL e o o o o
0¥~ Soommimin WBMR 2000ML e o o o o
03102
Zpon-wta[t)er-n;g:uble Cutting Oil WBMR 2000LL . . . . .
WBMR 2000S(M/L)L-C [ J T 2
B Parts se
55
Applicable Cutter Short Edge type L) ey i Anti-seizure @0
Part Name (-L) Trear
e et e For Tip Insert For Tip Insert [ For Peripheral Cutting Edge
Flat Insert Screw BFTX0307N @ 2.0
WBMR220001(L) Wrench TRX10
FlatinsertSorew | BFTX0400N €30 . ...
WBMR225001(L) Wrench TRD15
Flat Insert Screw BFTX0511N = 5.0 BFTX0407N € 3.0
WBMR23000I(L) Wrench TRD20 TRD15 SUME-P
Flat Insert Screw BFTX0619N & 7.5 BFTX0409N & 3.0
WBMR240001(L) Wrench TRD25 TRD15
WBMR25000](L) Flatinsert Serew | .. BFTX0819N @ 7.5 |BFTX0409NE 3.0
WBMR25000(L)-C Wrench TRD25 TRD15
Recommended Cutting Conditions
(A) Tip insert only (B) Tip insert and peripheral cutting edge
Work i i Work i i
SO or. Hardness Culttlng Spe.ed ve (m/min) .Feed Ra?e fz (mmA) Insert 1SO or. Hardness Cu.ttlng Spe.ed ve (m/min) .Feed Ra?e fz (mm/) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Carbon Steel[180 to 280HB| 100-150-200 0.10-0.20-0.30 | ACP200 Carbon Steel[180 to 280HB|  80-120-150 0.10-0.20-0.30 | ACP200
Alloy Steel|180 to 280HB|  70-100-120 0.10-0.20-0.30 | ACP200 Alloy Steel|180 to 280HB|  50- 80 -100 0.10-0.20-0.30 | ACP200
M |SminlessStee\,DieStee\ — 50- 80 -100 0.10-0.15-0.20 | ACP300 M |SminlessStee\,DieStee\ — 40- 60 -80 0.10-0.15-0.20 | ACP300
Cast Iron | 250HB 100-120-150 0.20-0.30-0.40 | ACK300 Cast Iron | 250HB 80-100-120 0.20-0.30-0.40 | ACK300
02100.30C DC DC
0.1t0/0.2DC
2 | 8—H
s | = ‘
@1 =

Note

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 cutting conditions above are a guide. Actual conditions will need to be adjusted

Not
°e according to machine rigidity, work clamp rigidity, depth of cut and other factors.

N-m Recommended Tightening Torque (N-m)

H207



Steel Cast Iron

Rake I I R T W
Angle Axial -10°

Groove Millng ~ Profiling

Fig 1 LU Fig 2
APMX ~ APMX ~
G < g — M AE
o0 Jid = 3 oz
c o = >
= LH e LH | e
=3 LF . LF
Note: Fig 2 shows a combination
clamped shank diagram (25000-C).
BOdy Dimensions (mm)
% Dia. Max. Depth of Cut Shank Head Length Overall Length q
Cat. No. & DC APMX DMM LH LU LF Fig
WBMR 2200S [ 20 20 25 60 40 140 1
2200M [ J 20 20 25 60 40 200 1
2200L () 20 20 25 80 40 250 1
WBMR 22508 [ 25 23 32 70 50 150 1
2250M o 25 23 32 73 50 220 1
2250L [ J 25 23 32 100 50 300 1
WBMR 2300S ([ 30 28 32 80 60 160 1
2300M o 30 28 32 85 60 240 1
2300L [ J 30 28 32 120 60 350 1
WBMR 24008 [ 40 35 42 100 = 200 1
2400M [ 40 35 42 180 — 280 1
2400L [ J 40 35 42 250 — 350 1
WBMR 2500S [ 50 47 42 100 — 200 1
2500M o 50 47 42 180 — 280 1
2500L [ J 50 47 42 250 — 350 1
WBMR 2500S-C (@ 50 47 50.8 100 — 200 2
2500M-C @ 50 47 50.8 180 — 280 2
2500L-C (@ 50 47 50.8 250 — 350 2
Inserts are sold separately.
I nsert Dimensions (mm)
Fig 1 RE Fig 2 RE
O g .
® — S —
T o .
ga L ) S L S

Grade Classification |Coated Carbide |
High-speed/Light Cutting| [z @ |
Process|General-purpose| |7 |
Roughing (K]
8 8 8 8 8 werzstol| oo [ Corner Applicable
Cat. No. oa e e e?_gt W; 'Cg‘ess Radis |Fjg|  Milling Remarks
2 2 2 2 2 RE Cutters
ZNMT 1804100-C ® @® @ 1800 9.76) 476/ 10 |1 " . L . )
2004100-S ® e |@2000 750 43710 |2 WBMR 220000 | - Tip inserts are used in combination according to Fig 1 & 2.
ZNMT 2205125-C @ ® |® 22501220 5.70| 12.5 | 1 . . I . )
2305125-S oo @ 23.00| 9.38| 556 125 | 2 WBMR 22500 | - Tip inserts are used in combination according to Fig 1 & 2.
ZNMT 2706150-C ® @® @?2700/14.64) 6.75( 15 |1 . . I . .
2806150-S o0 ®28.0011.25 635/ 15 |2 WBMR 23000 | - Tip inserts are used in combination according to Fig 1 & 2.
ZNMT 3608200 @ ® @36.0019.50] 8.65/ 20 |3 |WBMR 24000 - Use two of the items shown in Fig 3 as the tip inserts.
ZNMT 4310250 ® @® @ 43.002570/10.15/25 |3 . - ) ) .
4310250-N ® e |®4300257010.15/ 25 |4 WBMR 25000 | - Use two of the items shown in Fig 3 or Fig 4 (nicked) as the tip inserts.
Parts 167 H207

H208



SEC-WaveBall (Roughing

WBM Steel Cast Iron

Tl e | (30,69,
Angle Axial -10°

Groove Millng ~ Profiling

Fig 1 LU Fig 2
APMX ~ ‘ APMX ~
= ey V] -vji <
5 & 2 Sam | Ol o
= 1] 2 &=
LH Q LH e 5=
LF o5
LF aQ
Note: Fig 2 shows a combination clamped
shank diagram (250003-C).
BOdy Dimensions (mm)
% Dia. Max. Depth of Cut Shank Head Length Overall Length 2
Cat. No. & DC APMX DMM LH LU LF Fig
WBMR 2200SL [ J 20 30 25 60 40 140 1
2200ML [ J 20 30 25 60 40 200 1
2200LL [ J 20 30 25 80 40 250 1
WBMR 2250SL [ J 25 38 32 70 50 150 1
2250ML [ J 25 38 32 73 50 220 1
2250LL [ J 25 38 32 100 50 300 1
WBMR 2300SL [ 30 42 32 80 60 160 1
2300ML [ J 30 42 32 85 60 240 1
2300LL [ J 30 42 32 120 60 350 1
WBMR 2400SL [ J 40 50 42 100 — 200 1
2400ML [ J 40 50 42 180 — 280 1
2400LL [ J 40 50 42 250 — 350 1
WBMR 2500SL [ 50 69 42 100 — 200 1
2500ML ([ J 50 69 42 180 — 280 1
2500LL [ J 50 69 42 250 — 350 1
WBMR 2500SL-C [ J 50 69 50.8 100 — 200 2
2500ML-C [ J 50 69 50.8 180 — 280 2
2500LL-C [ J 50 69 50.8 250 — 350 2
Inserts are sold separately.
Insert Dimensions (mm)
Fig1 g Fig2 .o Fig 3
o)
- \\‘~~ — ~ Dy
@& 3 | ;\\ ;i y i g %
L[ 8 L s L Z3
Grade Classification |Coated Carbide |
High-speed/Light Cutting [z @ |
Process| General-purpose ]
Roughing (K]
8 8 8 8 8 Lenath | width [Thi Corner Applicable
Cat. No. ole e e e';_gt W; Th'cgess Radius |Fig|  Milling Remarks
2 &,:) &,:) 2 2 RE Cutters
ZNMT ;ggﬂgg:g : : : ;ggg g;g j;? 18 ; WBMR - Tip inserts are used in combination according to Fig 1 & 2.
SPMT 070308 oo® @ 794 — |318 — |3 22000L - Peripheral cutting edge (Fig 3) for 2200C0L only.
b, gggg}gg:g : : : gggg%gg g;g 1;2 ; WBMR - Tip inserts are used in combination according to Fig 1 & 2.
SPMT 09T308 oo @ 95 — 397 — |3 225000L - Peripheral cutting edge (Fig 3) for 225000L only.
ZNMT gggg}gg:g : : : g;gg]:’gg g;g 12 ; WBMR - Tip inserts are used in combination according to Fig 1 & 2.
SPMT 09T308 e |@ 953 — 397 — |3 23000L - Peripheral cutting edge (Fig 3) for 2300C0L only.
ZNMT 3608200 @ ® [@36.0019.50 8.65/20 |4 |WBMR - Use two of the items shown in Fig 4 as the tip inserts.
SPMT 097308 ®@® @ 953 — |397 — |3|24000L - Peripheral cutting edge (Fig 3) for 240000L only.
ZNMT 4310250 @ ©® |@4300025.7010.15/25 |4 WBMR - Use two of the items shown in Fig 4 or Fig 5 (nicked) as the tip
4310250-N ( () @ 43.0025.7010.15| 25 5 2500001 inserts.
SPMT 120408 12.700 — | 476 — |3 - Peripheral cutting edge (Fig 3) for 2500°L only.

EGE) ol Ll YAl Recommended Cutting Conditions 1€" H207

H209



Milling
Cutters

Radial/3D
Profiling

M Performance

@ Insert Life

0.12] 2 Comp's (75° Cutting)
7| —&— Comp's (45° Cutting)

Results
WBMF type outperforms
competitors' products in most

€ 0.10[-0- WBMF type (75° Cutting) processes including plan
< —e— WBMF type (45° Cutting) profiling, with better wear
g 0.08 resistance.
5 0.06] Work Material: S50C
g Machining Method: Ramping (45°, 75°)
£ 0.04 Cutting Conditions
g o002 n =2,000min"!
vf = 2,000mm/min
0 L ap =0.3mm
78 156 234 | o= 0.6mm
Cutting Length (m) Dry
B Product Range
1} Dia. (mm)
= Cat. No.
= 210 | 012 | 016 | 220 | 225 | @30
WBMF 1000S (] [ J [ J (] (] [
WBMF 1000M (] (] [ (] ([ [
WBMF 1000L (] [ [ (] (] [

H210

B Features
A lineup of @10 to 830mm ballnose shank type
cutter models for 3D profile finishing of die molds
and machine parts.

©® WBMF1000 type (210 to @30mm)
e Simple but precise clamping design.
e Original large helix angle design.
e Sharp cutting edge that produces good surface roughness.
¢ Excellent wear resistance with Super ZX Coat.

® WBMF type clamp
mechanism.

High Precision
Screw for Clamp

WBMF1000

Insert Mounting
Reference Surface

Insert




SEC-WaveBall for Finishin

WBME

EON Radial | — |

pi )]

Angle Axial 0°
Groove Miling  Profiling
Fig 1
LH
LU
2 o=z
R = 52
(L=
APMX n L e »Q
BOdy Dimensions (mm)
% Dia. Max. Depth of Cut Shank Head Length Overall Length 2
Cat. No. & DC APMX DMM LH LU LF Fig
WBMF 1100S [ 10 9 16 30 17 100 1
1100M [ J 10 9 16 35 17 130 1
1100L [ J 10 9 16 50 17 180 1
1120S [ J 12 10.5 16 40 19.5 110 1
1120M [ J 12 10.5 16 40 19.5 150 1
1120L ([ 12 10.5 16 60 19.5 200 1
1160S [ 16 12 20 50 25.5 130 1
1160M [ J 16 12 20 50 255 180 1
1160L [ J 16 12 20 70 25.5 220 1
1200S [ J 20 15 25 60 32 140 1
1200M [ J 20 15 25 60 32 200 1
1200L [ J 20 15 25 80 32 250 1
12508 [ 25 18.5 32 70 36 150 1
1250M ([ J 25 18.5 32 73 36 220 1
1250L [ J 25 18.5 32 100 36 300 1
1300S ([ 30 225 32 80 43 160 1
1300M [ J 30 22.5 32 85 43 240 1
1300L [ J 30 22.5 32 120 43 350 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification |Coated Carbide
High-speed/Light Cutting [P] -
Process| General-purpose 5-9 3
Roughin =5
ghing - a g
ﬁ Dia. |Length|Max. Depth of Cut [Thickness| g:;?j; Appllcable a
e § DC| L | APMX | S | pe | Cutter |9
ZPGU 1551050 ° 10156 9 |51 5.0 [WBMF 1100 |1
1856060 ([ J 12 |18 105 |5.6| 6.0 WBMF 1120 |1
2061080 o 16 [20.5| 12 6.1| 8.0 |\WBMF 1160 | 1
2471100 ([ J 20 [24.5| 15 7.1| 10.0 |\WBMF 1200 | 1
2876125 () 25 (28,5 185 |7.6|12.5 \WBMF 1250 | 1
3486150 () 30 [34.4) 225 |8.6|15.0 |WBMF 1300 | 1
Parts Recommended Cutting Conditions
Precision Screw Wrench |Anti-seizure Cream <o Work Hordnes Cutting Speed vo (m/min) | Feed Rate £ (o) Insert
Applicable ‘,9 Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Cutter @ /@ % Carbon Steel(180 to 280HB| 200-250-300 0.10-0.20-0.30 | ACZ120
& Alloy Steel[180 to 280HB| 100-150-200 0.10-0.20-0.30 | ACZ120
WBMF1100 BFTG0408F 3.0 TRD15 ¥ The cu?ting conditifms gt?o_ve are a guide. Actlugl conditions will need to be adjusted
WBMF1120 BFTGO409F . according to machine rigidity, work clamp rigidity, depth of cut and other factors.
WBMF1160 |BFTG0513F 5.0 [TRD20 SUMI-P
WBMF1200 |BFTG0617F
WBMF1250 | BFTG0621F 7.5 [TRD25
WBMF1300 |BFTG0825F

N-m) Recommended Tightening Torque (N-m)
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B Product Range (Body)

Standard design

B Features

@ Side Cutter Suitable For A Variety Of Applications
Made-to-order bodies possible with cutting width of 17mm
and up.
Suitable for various applications such as groove milling and
shoulder milling.

@ Realises Low Resistance and Low Vibration Milling
Design emphasizes cutting edge sharpness with +10°
inclination angle.
Excellent cutting edge sharpness suppresses chatter to
enable stable machining.

@ Excellent Machined Surface Quality
Proprietary insert array design minimizes joint steps at the
groove bottom for excellent machining quality.

@ Neutral-handed 4-cornered Insert
Easy management with neutral-handed insert design that
eliminates the need to align right-hand and left-hand inserts.

Body: Made-to-order (custom design)

Multi-stage design

Side Cutters Milling
T-Slot Cutters Cutters

3
=
(&)
Width of Cut CW (mm)
Insert Cat. No.
neert at. 1o 17 21 22 228 | 237 | 246 | Over246
TGCX130704PNEN-G Standard design Multi-stage design
TGCX130708PNEN-G Standard design Multi-stage design
TGCX130712PNEN-G Standard design | Multi-stage design
TGCX130716PNEN-G Standard design Multi-stage design
TGCX130720PNEN-G Standard design | Multi-stage design
Standard design CW upper limit value varies with insert.
B Product Range (Insert) B Chipbreaker
GCat. No Corner Radius RE (mm) Work Material | (5] Steel, (M) stainless steel, [ cast iron
T 0.4 0.8 1.2 1.6 2.0 Applications | General-purpose to roughing
TGCX1307OCOPNEN-G @ [ J [ J [ J [ J G type
@ mark: Standard stocked item TGCX 13
Chipbreaker
Cutting ﬁ 8
Edge Cross
Section
H Suitable for Various Applications
Groove Milling Shoulder Milling Back Spot Facing Width Setting Double-Sided Machining

Standard disc shape

H212




SEC-Sumi Dual Mill

TGC s

B Sharp Edge Design

Design emphasizes cutting edge sharpness with +10° inclination Good Excellent cutting
angle. 1001
Excellent cutting edge sharpness suppresses chatter to enable ~ edge sha_ll’-p(;réess
Sl -
stable machining. 250 ® type
S |
= :
- 5 ; 6.0 [ ]
9 = Competitor's |
b 5 4.0 Product C §
2E W Competitor's Product A}
el oo M 3
o Competitor's Product B
‘ ‘ ‘ ‘ i
0 2.0 4.0 6.0 8.0 10.0
~ Inclination Angle (°)
Good
Inclination Angle True Rake Angle

B Cutting Performance

@ Low Cutting Force

6,000 - I Principal Force

fAt least 20% less - I Feed Force
r cutting force I Back Force
L Total Force

- € > 8mm 4,000 |- ]
# 19mm 7
\ |

Cutting Force (N)

1 sionny
Bunpn

0
Machine : Vertical Machining Centre BT50, Work Material: S50C TGC type Competitor's Product D~ Competitor's Product E
Tool : TGC 13125W19Z12RS (2125, Width of Cut 19mm, 12 teeth)
Insert : TGCX 130708PNEN-G (ACU2500) Excellent cutting edge sharpness eliminates
Cutting Conditions : vc = 200m/min fz = 0.2mm/t ap = 19mm ae = 8mm,
Down Cut, Dry chatter to enable stable machining
@ Low Vibration
TGC type
Small Vibration
el
500 g6
02
ge
— P
- z 0 7}
<« 8
S]
'S -500
£ g
& £
© Principal Force
-1,000 -
30mm - —— Feed Force
E —— Back Force
o
N -1,500 : . . :
_ 150mm . 5 10 15 20 (s)
Machine : Vertical Machining Centre BT50, Work Material: FC250 Competitor's Product F
Tool : TGC 13125W19Z12RS (0125, Width of Cut 19mm, 12 teeth) o
Insert : TGCX 130708PNEN-G (ACU2500) sool Large Vibration
Cutting Conditions : vc = 200m/min fz = 0.2mm/t ap = 3mm ae = 30mm,
Down Cut, Dry
z o
8
Suppresses chatter even when g
.. e g . IE; -500 +
machining low-rigidity workpieces £
>
© -1,000 - —— Principal Force
—— Feed Force
—— Back Force
-1,500 ! ; : :
5 10 15 20 (s

H213



Steel Cast Iron

@ Small Joint Steps At Groove Bottom

Proprietary insert array design minimizes joint steps at groove bottom for excellent visual quality

TGC type Competitor's Product A Competitor's Product B

8mm

19mm
Step measurement

~

Step 0.026mm Step 0.024mm

Less than 0.01mm step

Machine : Vertical Machining Centre BT50, Work Material: S50C
Tool : TGC 13125W19Z12RS (9125, Width of Cut 19mm, 12 teeth)
Insert : TGCX 130708PNEN-G (ACU2500)

Cutting Conditions : vc = 200m/min fz = 0.2mm/t ap = 19mm ae = 8mm,
Down Cut, Dry

Excellent visual quality

*Results of in-house evaluation.

@ Neutral-handed 4-cornered Insert
Easy management with neutral-handed insert design that eliminates the need to align right-hand and left-hand inserts

L side: 2 corners

R side: 2 corners

M Grade Features

Coating
MWorI.( Grade | Thickness Features
aterial
(um)
Utilises ABSOTECH™ coating
technology with excellent wear
and chipping resistance.

@ ACU2500 3 Its carbide substrate, with excellent
fracture and wear resistance,
achieves stable and long tool life
for a variety of work materials.

B Grade Application Range (TGC type)

Work Finishing to Light . . Rough to Heavy
Material Cutting M el (et Cutting
£ ACU2500
Steel

Side Cutters Milling
T-Slot Cutters Cutters
O r———1r
2]
o}
(0]

A ACU2500

Stainlss Steel
A Acuzlsoo

The letter "P" at the end of each grade indicates the coating type. A: PVD

Coated Carbide

H214

. A

Front/back 5

Total 4 corners

Coating Layer Features

[ TECH PVD
New Super Multi-Layered Structure
Higher hardness and twice the conventional
wear resistance due to a fine crystal structure
Coating AITICrBN-based nano-layered coating
Layer spm
Cross Section of High Adhesion Strength
Cutting Edge Coating Significantly improved coating adhesion
Carbide oi__TEMImage has more than twice the chipping resistance

Substrate of conventional coatings



SEC-Sumi Dual Mill

TGC 1

Radial
Axial

Steel Cast Iron

Rake
Angle

-11.5::;'-9'5D 17524.6mm 90° ‘

Face Milling ~ Shoulder Millng ~ Side Milling ~ Groove Millng ~ BackSpotFacing ~ Width Setting

Fig1 L oa
A
W
2l =
- Q % E
a
e
DCB
! cw
Body (Standard Disc Shape) Dimensions (mm)
S Dia. Boss Width of Cut Boss Thickness Hole Dia. Keyway Width Phase Total No. of Weight X
sl 2| Dbc | bpcsFMs | cw OAL DCB KWW 00) Teeth kg |9
| T6C 13100WOO0Z10RS 100 47 1710246 | =CW 32 8 162 10 0.66up |1
= 13125WO0Z12RS 125 55 17t0246 | =CW 40 10 165 12 129up |1
2 13160WO0Z14RS 160 55 1710246 | =CW 40 10 167.14 14 2.04up |1
13200WO0Z16RS 200 69 17 to 24.6 =CW 50 12 168.75 16 3.33up |1

Basic specifications have two keyways. (Also available with only one) Inserts are sold separately.

The upper limit of width of cut CW is the value of inserts with corner radius RE0.4. For the width of cut CW upper limit values for each corner radius RE, see the
Insert Cat. No. Table.

Disc shapes other than the standard type can be designed.

1 sionny
Bunpn

Identification Code Parts
T G C 1 3 1 2 5 W1 7 Z1 2 R S Insert Screw Wrench |Anfi-seizure Cream
Series Code Insert Dia. Width of Number of Feed Metric &\&\\@ @ / %
Size Cut Teeth Direction Bore &\\
BFTX0412IP | 3.0 [TRDR15IP[SUMI-P
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Cutting| [
Process| Medium Cutting [ Fig 1 RE
Roughing & -~
§ Corner V\fllgt}l
i of Cut |_.
Cat. No. % R;’ES cW Fig
< Upper Limit @ {}

TGCX 130704PNEN-G O 04 | 246 |1 - H2
130708PNEN-G (] 0.8 | 23.7 |1 12 -, gg
130712PNEN-G [ 12 | 22.8 | 1 Z - S5
130716PNEN-G ([ 16 | 220 | 1 Sa
130720PNEN-G [ 2.0 | 21.0 |1

Recommended Cutting Conditions I
. ) Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
ISO Work Material Hardness Chipbreaker Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Carbon Steel 180 to 280HB G 100- 200 -300 0.1- 0.2 -0.25 ACU2500
Alloy Steel 180 to 280HB G 80- 160 -260 0.1- 0.2 -0.25 ACU2500
Stainless Steel 180 to 280HB G 90- 135 -180 0.1-0.15-0.2 ACU2500
Cast Iron/Ductile Cast Iron 250HB G 100- 200 -300 0.1- 0.2 -0.25 ACU2500
- The above figures are guidelines for simultaneous cutting with one R/L cutting tooth each, on a BT50 machine tool.
- The above recommended cutting conditions may require adjustment depending on machine rigidity and workpiece rigidity.

@ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item) Blank: Made-to-order item
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Side Cutters Milling
T-Slot Cutters Cutters

KK SEC-Sumi Dual Mill TGC type Made-To-Order Request Sheet J

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.

M Insert Series Configuration

Dimensions (mm)

Corner Radius RE
Cat. No.
04 |08 |12 |16 | 20
TGCX 13070O0OPNEN-G [ ] ([ J [ J ([ J [ J
TGCX 13 Width of Cut CW Upper Limit Value| 24.6 | 23.7 | 22.8 | 22.0 | 21.0

A multi-stage design is required

if the width of cut CW is wider than

these upper limit values.

[Made-to-Order Insert Support]

Corner radius (RE) = 0.4 to 2.0mm supported.
(Machined radius size may differ from the corner radius
RE size of the mounted inserts)

@ mark: Standard stocked item

Company Name/Contact

Width of Cut CW Size Reference Specification

Width of Cut CW

Insert type

17 to 24.6mm

TGCX 13

- The above width of cut CW upper limit value is the value with

insert corner radius REO.4.

- For the width of cut CW upper limit values for each corner radius
RE, see the Insert Series Configuration Table on the left.

B Accessories

Flat Insert Screw

Wrench

Anti-seizure Cream

&

/,%9

4

@

Coolant Hole:

Effective No. of Teeth Desired:

Yes| |No| ]

Arbor Cat. No. Used:

KWw

ocB__|

oal

\

©

DC

DCSFMSE
T ? ;

2

RE

DCSFMS

ShRe

cw

Basic specifications have two keyways. (Also available with only one)

Bl it Eoss )

Effective No. of Teeth Desired:

Coolant Hole: Yes | |No| |
Arbor Cat. No. Used:

Feed Direction:

Right-handed [ ]

Left-handed [ ]

(Figure shows right-handed)

(Y
.

RE__

ceop |

ww

DC
DAH
o

;

o
KoP

;

DCSFMS

RE

o

LF

Designs for applications other than those listed above are possible, please consult us separately.
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Steel

Cast Iron

Rake Radial
Angle T 220190’
Groove Milling
Fig 1
T =z
a4 ~
" o L — <
Ef: s [
== i R 8
20 CW /| 12
LF
BOdy Dimensions (mm)
S Dia. Shank Diameter Width Length Overall Length Number of 9
cat. No. 3 DC DMM DN oW L2 LF Teeth |9
TSE 2125 [ ] 21 25 10.5 9 20 109 2 1
2525 [ J 25 25 12.5 11 21 112 2 1
3232 [ ) 32 32 16.5 14 26 120 2 1
4032 [ J 40 32 20.5 18 32 130 2 1
5032 [ J 50 32 26.5 22 38 140 4 1
Inserts are sold separately.
Insert Dimensions (mm)
e Coated  |Cemented
Grade Classification Carbide | Catide
High-speed/Light Cutting |
Process| General-purpose PellK] fio 1
Roughing [¢]
2 s Applicabl
o) O | S |Inscribed Circle| Thickness | Comer Radius pplicable a
G- e S < &l IC | S| RE Cutter Fig
<
CPMT 060204N-US [ ® @ 6.35 |2.38) 0.4 |TSE2125 1
080308N-US [ J @ @ 7.938/3.18| 0.8 |TSE 2525 1
09T308N-US [ J @ | @® | 9.525/3.97| 0.8 |TSE 3232 1
TSE 4032
CPMH 120408N-US [ ® @ |12.7 |4.76| 0.8 TSE 5032 1
Parts Recommended Cutting Conditions
Flat Insert Screw Wrench | Asseue Gean SO Work Hardness Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert
Applicable D S/ < Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
) Cutter %\\\\\\ @ /‘Q % Carbon Steel | 180 to 280HB | 100-125-150 0.05-0.08-0.10 | AC630M
g % 6 Alloy Steel| 180 to 280HB 60- 80 -100 0.03-0.05-0.08 | AC630M
3 9 TSE2125 BFTX02506N 15 TRX08 Castlron| 250HB 60- 80 -100 0.05-0.08-0.10 G10E
§ ‘% TSE2525 BFTX0307N 20 TRX10 NP The cutting conditions above are a guide. Actual conditions will need to be adjusted
B Y . s e I ]
= TSE3232 BFTX0407N 3.0 TRX15  ISUMI-P according to machine rigidity, work clamp rigidity, depth of cut and other factors.
TSE4032
I TSE5032 BFNO511T 5.0 TRX20

H218

(N-m Recommended Tightening Torque (N-m)




SEC-WaveMill VIDEO OF [y
CUTTING [E!
WFXC e
M Features

The SEC-WaveMill WFXC type is a chamfering tool that uses
a WFX series insert. A wide variety of grades supports various
work materials.

In addition to the general-purpose grade ACU2500, applicable
to various work materials, the new-generation coated carbide
grades XCU2500/XCK2000 are now available.

Covering a wide variety of machining.

B Precautions for Use
Chamfering tools use a straight cutting edge that enables the chamfering range to be changed depending
on the corner radius (RE) of the insert mounted to the body.
Machining diameter: Use within the range shown in the table below, no lower than DC1 and no higher than
DC2.
Depth of cut: Cutting to a depth shown by the distance from the tool tip (a) in a straight line to the cutting
edge (b) is possible.

Dimensions (mm)

Chamfering Back Chamfering Max

Insert Min. Max. Minimum | Maximum Min. Max. Minimum | Maximum |,
Machining Dia. | Machining Dia.|  Depth Depth | Machining Dia. | Machining Dia.|  Depth Depth ’

Cat. No. RE DC1 DC2 a b DC3 DC4 c d DCX
SOMT080304 0.4 7.5 15.8 0.1 4.1 9.3 17.6 5.8 9.9 17.8

WFXC08008E | SOMT080308 0.8 8.0 15.8 0.2 3.9 9.3 171 5.9 9.8 17.5

SOMT080312 1.2 8.5 15.8 0.4 3.6 9.3 16.6 6.0 9.6 17.2

SOMTO080304 0.4 15.5 23.8 0.1 4.1 17.3 25.6 5.8 9.9 25.8
R0 P B R e - B L Bl B SEs SPAE
WEXC08016M |. 22NV IYOYORC | Y A LA i B P DR SL N B0 S S LS e B PILIN - RS- S Bt
SOMT080312 1.2 16.5 23.8 0.4 3.6 17.3 24.6 6.0 9.6 25.2

SOMT120404 0.4 24.6 38.3 0.1 6.8 27.3 41.2 9.1 16.0 41.3

WFXC12025E | SOMT120408 0.8 25.0 38.3 0.2 6.6 27.3 40.6 9.2 15.8 41.0

WFXC12025M | SOMT120412 1.2 25.6 38.3 0.4 6.3 27.3 40.1 9.3 15.7 40.7

SOMT120416 1.6 26.1 38.3 0.5 6.1 27.3 39.5 9.4 15.5 40.4
SOMT120404 0.4 31.6 45.3 0.1 6.8 34.3 48.2 9.1 16.0 48.3

WFXC12032E | SOMT120408 0.8 32.0 45.3 0.2 6.6 34.3 47.6 9.2 15.8 48.0

WFXC12032M | SOMT120412 1.2 32.6 45.3 0.4 6.3 34.3 471 9.3 15.7 47.7

SOMT120416 1.6 33.1 45.3 0.5 6.1 34.3 46.5 9.4 15.5 47.4
Modular type 1€ H273

Body

DC3

DC1

- DC2 _

DCX

n
@]
<
_|
o
[o%)
o
w
o
(o)
o
[o¢]
3
o
N
w
[o¢)
o
N
w
[(e)
—
~
w
[\o)
()]
—
[6)]
[(e]
[(e]
(o]
[\o)
[6)]
(6]
sionn)
- - BueswEd0 - - - - - - - E BullIn
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Cast Iron [ Nonferoisletd | Exotic Alloy

Rake Radial 0°
IR Axial 0° 45°
Chamfering  Back Chamfering
Fig 1
AL
(2] < B '-E
£s 33 s
=+ ) o
=0
SN
H B
LF
BOdy (Shank type) Dimensions (mm)
S| Min. Machining Dia. Max. Dia. Shank Head Overall Length Number of Weight 5
eI 8| bt DCX DMM LH LF Teeth k) Fig
WFXC 08008E (] 8 17.5 10 30 120 1 0.1 1
08016E [ J 16 25.5 16 30 120 2 0.2 1
DC1 and DCX values were obtained with a 0.8 corner radius insert mounted.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cg;ﬁ?é:d DLC| Cermet
High-speed/Light Cutting | |G (D] | |33 |44 NI
Process| Medium Cutting |&& (6| |7W|FW| (8|3 |24|E4 [N]
Roughing & KIIPE [P]
§ §) ‘8 § § § § (8) § cg) § g Corner Radius | .
Cat. No. NN oo |Yx(e|SIS| T - 3 Fig
aldlc|e|e|s|a|e|G |G = = RE Fig 1
I|x ||| x| < << [a) = RE
SOMT 080304PZER-L © © © © © ®© ®© © © © — — 04 |1
080308PZER-L © © © © ®© © © © 0 O — — 0.8 |1 ?%7
SOMT 080304PZER-G © © © © © ® ®© ® O © — — 04 |1 i \\),
080308PZER-G © © © © © © © © © & = 08 |1 L\S
080312PZER-G © © © © & © © © 0 O — — 1.2 |1 50 175
SOMT 080308PZER-H © © © © © © © © @ & — = 0.8 |1 - =
080312PZER-H © ©® ®© © © © © ® ® © — — 1.2 |1
SOET 080304PZER-G |®© © © © © © © © 0 © = = [ ) 04 |1
080308PZER-G © ® © © © © ©¢ ® © © — — o 0.8 |1
080312PZER-G © ®© © ©¢ © © ©¢ ©® © © = = [ ) 1.2 |1
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|— [ J [ J — 02 |1
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ o = 0.4 |1
080308PZFR-S |— | —|—|—|—|—|—|—|—|—] @ [ — 0.8 |1
Precautions for Use 1€ H219
Parts Identification Code
Flat Insert Screw | Wrench | Anti-seizure Cream WFXC 08 01 6 E
= @ @ /ﬁ % Series Code Insert Min.  Shank
= Size  Machining type
L |BFTX0306IP | 2.0 | TRDRO8IP [SUMI-P Dia.
:
©_ Recommended Cutting Conditions
SO Worl.( Hardness Cu'tting Spejed ve (m/min) IFeed Ra'.tefz(mm/t)
Material Min. - Optimum - Max. | Min. - Optimum - Max.
General Steel | 180 to 280 HB 150-200-250 0.05-0.10-0.15
Mild Steel < 180HB 180-265-350 0.10-0.15-0.20
Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15
Stainless Steel — 150-200-250 0.05-0.10-0.15
Cast Iron 250HB 100-175-250 0.05-0.10-0.15
Non-Ferrous Metals — 300-500-1,000 0.10-0.15-0.20
Exotic Alloy — 30- 50 -80 0.08-0.13-0.18

NP 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.

H220 -m Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)



SEC-WaveMill

WFXC

P

Steel

Cast Iron  Non-femusletal 5 Exotic Alloy

Recommended Cutting Conditions

1SO W0r|.< Hardness Cu.tting Spejed ve (m/min) IFeed Rafe fz (mm/t)
Material Min. - Optimum - Max. | Min. - Optimum - Max.

General Steel | 180 to 280 HB 150-200-250 0.05-0.10-0.15

Mild Steel < 180HB 180-265-350 0.10-0.15-0.20

Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15
Stainless Steel — 150-200-250 0.05-0.10-0.15
Cast Iron 250HB 100-175-250 0.05-0.10-0.15
Non-Ferrous Metals — 300-500-1,000 0.10-0.15-0.20
Exotic Alloy — 30- 50 -80 0.10-0.15-0.20

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.

Note

Rake Radial 0° o
N Axial 0° 45
Chamfering  Back Chamfering
Fig 1
i z
D
*4; \ =
Xl
88 o s oz
(=) =E
o5
\o// a@
D
- LH
: m
BOdy (Shank type) Dimensions (mm)
S| Min. Machining Dia. Max. Dia. Shank Head Overall Length Number of Welght 9
Cat. No. & DC1 DCX DMM LH LF Teeth (kg) Fig
WFXC 12025E [ J 25 41 25 40 150 3 0.6 1
12032E [ J 32 48 32 40 150 3 1.0 1
DC1 and DCX values were obtained with a 0.8 corner radius insert mounted.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
I . Cemented
Grade Classification Coated Carbide Catide DLC |Cermet
High-speed/Light Cutting | & [ [@] | [[[[[3] &4 N
Process| Medium Cutting |5 |fa| | P (33| |14 [N]
Roughing & K] [P] Fig 1 RE
oo [<)
S8|lelo|o|8|lelalg|g o <
LDLOOOODOOOO = o orner Radius
Cat. No. %SEEEQ%Q%%E S| @ | Rg ,\S;;\/? F
R O L
SOMT 120408PDER-L © © © © © © ® @ ¢ & — — 0.8 1
SOMT 120404PDER-G © © © © © © © & & & — = 0.4 1 127 4.76
120408PDER-G © © © © © ©¢ © © 6 & — { ] 0.8 1
120412PDER-G (© © © © ®© © © © 06 & = = 1.2 1
120416PDER-G ([ ©® © © © © © © © 0 & — — 1.6 1
SOMT 120408PDER-H © © © © © © © & &6 & = = 0.8 1
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|—| @ [ J — 0.8 1
Precautions for Use I€"H219
Parts Identification Code
Flat Insert Screw | Wrench |Anti-seizure Cream WFXC 12 025 E
@ @ / % Series Code Insert Min. Sr&
Size  Machining type
BFTX03512IP| 3.0 |TRDR15IP|[SUMI-P Dia.
(@]
=5
[
3
(]
3
Q@

@ Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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. Milling
hamf

Steel Cast Iron

Rake Radial 0° o
Angle Axial 45
Chamfering
Fig 1
4/ N~
38l §
e >/ Q
e
40
120
(Figure shows SMC420)
BOdy Dimensions (mm)
S Dia. Max. Dia. Diameter .
Cat. No. 2 DC DCX Number of Teeth to be Chamfered Fig
SMC 407 A 7 243 1 211.0 to ©23.8 1
420 A 20 37.3 2 221.2 to 936.8 1
435 A 35 52.3 2 236.2 to 851.8 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification | Coated Carbide | Cemented Carbide | Cermet
High-speed/Light Cuting | (€4 _
Process| General-purpose | [d [PRIFBN K] [P] Fig 1
Roughing (K]
o o <
Cat. No é 5 LgLI 8 g § § Corner Radius Flg -
- N0 ElL | 5l2 | RE
| R |@ °|F|F
SPMN 422 e & o o o 0.8 1
423 L) e o o 1.2 1
SPG 422 e & o o 0.8 1
Parts
Clamp Plate Flat Insert Screw Wrench
) N
ksl %\\\'\\ Size @
CCM6BR |WB616 M6 | 5.0 |LHO30
Applications
(1) Single Sided | (2) Double Sided | (3) Hole Chamfering | (4) Stepping | (5) Small Plunging, Traverse Cutting
77 T T |t B
T 77\ B | Doy

H222 @ Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)
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VIDEO OF =

CUTTING

B Features
@ Drastically Reduced Runout Adjustment Time
Simple screw-fastening structure enables fine adjustments to be made easily
® Through-Blade Coolant
Ensures coolant supply to the cutting edge and breaks chips
@ Lightweight Aluminum Alloy Body (ANXA type)

Utilises aluminum alloy to achieve a total weight of less than
1.3kg for a @125mm cutter with 22 teeth

@ Introducing the High-strength CVD Single Crystal Diamond SCV10

Milling
Cutters

Wiper Blade WS type
B Product Range
Max. Diameter (mm)
Type Cat. No. Body Material
225 | 230 232 240 250 063 280 2100 2125 2160
ANXA 16000R ("] | Aluminum Alloy OPPORDPLR2RDD
ANXA 16000RS | Aluminum Alloy (6 Yi0Y14) 8 Y1201 81 0 4221 2o 0]
ANXS 16000R (| Steel (6 X8 Y12l 6 Y1 0)14) 8 X1 2X 8\t ol 412
ANXS 16000RS Steel 00 0000O0RPODTORHDT
SliER SN ANXS 16000E Steel 0O 0000 00060
ILTETS ANXS 16000M Steel 060600600006
Number in @@® shows the number of teeth Inch Bore Modular type 1€ H274

H Blade Selection Guide

Work Material m
- Finishing/ - Composite Corner Radius | Corner Radius N Burr-free
Applications Light Cutting General-purpose Roughing MiII’i)ng P Milling Milling Finishing Mirror Finish
Features | -OW gr%téing Standard Long Edge High Strength | High Strength || Corner Radius 0.4 | Corner Radius 0.8 Wiper Wiper
cuting | G GX H GB - — w ws
Edge . 4 [m= Edge Treatment |b | [m=Edge Treatment |¥3 | P . o8 . .
Shape L 2 % g E g "‘y B q’y B ™ e Ejn.’ ”‘:V" ré %
Longihiz|  6:0mm 6.0mm 9.0mm 6.0mm 6.0mm 6.0mm 6.0mm 2.0mm 1.0mm

*1 Machining of components combining aluminum alloy and cast iron. W type and WS type cannot be used together.

M Blade Selection Reference

2 @ Regrinding possible up to 1.0mm. Reduced running costs
i . .
* General-purpose Assumlng 0.2mm of regrlndmg 3
: | Reduction of " (tandard) each time, an edge can be g
i | BackForce used up to 6 times. =
: G GX S (Peripheral cutting edge and WS type 2
mphasis on I 2
§ Fracture Resistance cannot be reground.) ?;
(==
(2] o} Roughing £
8o B H £
kS £ 3 *2 Edge length =
2 F e8| = —= A=l
2 Regrinding Portion
Emphasis on Fracture Resistance (for Combined Milling)

Fracture Resistance - Good
B High-speed/High-efficiency Cutting

Realises ultra-high-efficiency machining with vf = 30,000mm/min © 35,000
g 30,000
Cutter diameter 100mm comparison £ 25,000
S 20,000
Spindle Speed | Number Feed Rate £ 15,000
min-! of Teeth |  vf(mm/min) £ 10000
ALNEX o ’
ANX ... 18000 18 32,400 8 5,000
Competitor's w 0
Product A 9,500 12 11,400 ALNEX Competior's

ANX ... Product A
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B Drastically Reduced Runout Adjustment Time

@ Simple screw-fastening structure @ Enables fine adjustments to be made easily @ High-rigidity body (reduces deformation due to tightening)

Blade
Runout Adjustment Time (5um or less)
______________ ALNEX
) ANX ... Adjustment: 1st Try
(2100, 18 teeth)
Adjustment is easy thanks to the large movable )
/ range of the height adjustment wrench. Cg’::)%‘zt:fés Adjustment: 1t Try 2nd Tiy Brdl Try

Cap Screw (2100, 12 teeth)
We recommend keeping 0 10 20 30 40(min)
cutting edge height variation X .
during runout adjustment to Completed on 1st Try, Adjustment Time Reduced

Adjustment Screw within Spm.

* Because the cutting edge chips off easily, care is required when mounting on the cutter body.
Use a non-contact tool presetter.

B Blade Mounting/Runout Adjustment
) @ ®3) (4)

A C . o

Light tightening ; Final tightening
Height
(1N-m) adjustment (2N-m)
(1) Slide the blade into the cutter teeth (2) Lightly tighten the cap screw while pressing (3) Adjust the blade to the required height  (4) Perform final tightening of the cap
groove. the blade against the restraining face. (1N-m) by using the dedicated wrench to turn screw. (2N-m)

the height adjustment screw.

H Chip Control
Through-Blade Coolant chip breaking

sJ9131n)
Bunpn

-~ )
3mm 3mm
ANEX ANX  scries Competitor's Product C
Chip pocket
Controls the chips' scatter The chip pocket catches the chips and
direction. suppresses damage to the body.
=z
Work Material: ADC12 Cutting Conditions: vc = 2,500m/min, fz = 0.05mm/t, ap = 0.5mm, Wet = $
8¢
e
H Burr Control &
Reduces burrs by using a double-chamfered cutting edge (L/G/GX/H/GB type)
Drastically reduces burrs by preventing Double-Chamfered Blads type Conventional Blade Shape
plastic deformation that causes burrs. M\rain Chamer
@
Sub Chamfer
No Burrs 0.416mm , Burr Formation
Work Material: A6061 Rolled Steel
Cutting Conditions: vc = 3,142m/min, N
/ fz=0.10mm/t, ap = 0.5mm Dry

ANEX ANX cories Conventional Tool
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SUMU@VSTALM

W CVD Single Crystal Diamond SCV10 Wiper Blade WS type

¢ Wiper blade adopts high-strength single-crystal diamond using Sumitomo Electric Hardmetal's vapour phase
synthesis technology

¢ Sharp cutting edge achieves burr-free mirror finish in aluminum alloy machining

¢ Superior wear resistance maintains cutting edge sharpness for a long time, reducing total tool costs

SUMICRYSTALLS SCV10

Conventional single-crystal diamond

Realizes a mirror finish in milling of aluminum alloys, copper alloys, and other non-ferrous
metals, with long-term burr control

B Mirror Finish (Wiper Blade WS type)
Sharp cutting edge achieves mirror finish with cutting alone SUMICRYSTAL RS SCV10

- - - - - - - E .
Cutters
3

| R90.01 9pm
0.2 0.3 0.4 (mm)
PCD
R§0.1 62pm
0 0.1 0.2 0.3 0.4 (mm)
W Burr-Free (Wiper Blade WS type)
Sharp cutting edge and excellent wear resistance suppress burrs over a long period
g *When using 2-tooth Extension Tool life criteria: Burr || Tool: ANXS16100R12
:..‘l_’ WS type Possible . . . When using 2-tooth wiper blade
= 5001 Tool life criteria: Work Material: A7075
%) 8 . Cutting Conditions:
2, = Burr suppression VG = 2,000m/min
£Z : =0. /
5% £ 0l 5x or longer tool life S
5 = / & Wet (water soluble)
=
Q SUMICRYSTALY SCV10 PCD
(PCD as 100%)

/

/ Burr-free

Edge Burr
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SUMICRYSIIAS

gle Crystal Diamon

€ Superior wear resistance maintains cutting edge sharpness for a long time

Wear resistance evaluation in high-silicon aluminum alloy machining

Flank Wear Width (um)

PCD

Y

+ Cutting Edge Wear

o
=
P —
&5
0@

Cutting Edge Photo
5 SUMICRYSTALL/ SCV10 (After use)

Rake Face

0 200 400 600 800 1,000 1,200 1,400
Material Removal Volume (cm?)

Work Material: Al-17wt.% Si alloy
Cutting Conditions: vc = 800m/min, fz = 1.0mm/t, ap = 0.03mm

Wet (water soluble)
*Evaluation with 1-tooth wiper blade
(dummy blade used in opposite position)

SUMICRYSTALR/ SCV10

/ Cutting Edge

Long-term mirror finish with burrs suppressed and no flank wear progress

& Jet-black high-strength single-crystal diamond grade

Fracture resistance evaluation in aluminum alloy-ceramic composite machining

Relative Tool Life (%)

' Extension Possible
1,000+
Tool life criteria:
Tool fracture
10x or longer tool life
1001 e
SUMICRYSTALLS SCV10 PCD

(PCD as 100%)

0.5mm

Cutting Edge Photo
(after evaluation)

0.5mm

Work Material: Aluminum Alloy + Ceramic Composite
Cutting Conditions: vc = 2,500m/min, fz = 1.0mm/t, ap = 0.08mm

Wet (water soluble)
*Evaluation with 1-tooth wiper blade (dummy blade used in opposite position)

10x or more fracture resistance compared to PCD in finishing

at low depth of cut (0.05 mm or less)

s|eloN
SN0JI94-UON

H227



Rake 3 Jor:
Angle Axial +5° 90

Face Milling  Shoulder Milng ~ Groove Miling

Blades are sold separately.

If using blades with corner radius (ANB1604R/ANB1608R), DC = DCX.

Weight indicated includes the weight with blades and other spare parts (excluding the centre bolt).

All aluminum alloy cutter bodies from (DCX) @80 to @125 have similar bore diameter (DCB) (metric 827/inch 025.4).
Note: The values in red have been changed from Rev. 3 and the 2021-2022 General Catalogue.

Identification Code

ANX A 16 100 R S 18

Series Code  Aluminum  Blade Max. Dia. Feed Metric Number
Alloy Size Direction Bore of Teeth

Body

Fig 1 DCSFMS
DCB
KWW~
=7
s
o
25 88 -
=g =
23
D2
m D1
DC
DCX
BOdy (Aluminum Alloy) Dimensions (mm)
Max. Dia. Dia. Boss Dia. | Overall Length | Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght .
Cat. No. Stockl bcx | DG |DGSFMS| LF | DCB | KWW | KDP |GBDP | D1 | D2 |ofTeeth| (kg) |
ANXA 16080RS06 [ ] 80 78 50 50 27 12.4 7 22 35 14 6 0.5 1
16080RS10 (] 80 78 50 50 27 12.4 7 22 35 14 10 0.5 1
16080RS14 [ 80 78 50 50 27 12.4 7 22 35 14 14 0.5 1
16100RS08 (] 100 98 50 50 27 12.4 7 22 35 14 8 0.8 1
o 16100RS12 [ 100 98 50 50 27 12.4 7 22 35 14 12 0.8 1
= 16100RS18 (] 100 98 50 50 27 12.4 7 22 35 14 18 0.8 1
g 16125RS10 [ ] 125 123 50 50 27 12.4 7 22 35 14 10 1.2 1
16125RS14 (] 125 123 50 50 27 12.4 7 22 35 14 14 1.2 1
16125RS22 [ 125 123 50 50 27 12.4 7 22 35 14 22 1.3 1
16160RS12 ([ ] 160 158 80 63 40 16.4 9 29 52 29 12 2.6 1
16160RS20 ® | 160 158 80 63 40 16.4 9 29 52 29 20 26 |1
16160RS28 ® | 160 158 80 63 40 16.4 9 29 52 29 28 26 |1
ANXA 16080R06 [ ] 80 78 50 50 25.4 9.5 6 25 35 14 6 05 |1
16080R10 (] 80 78 50 50 25.4 95 6 25 35 14 10 05 |1
16080R14 [ 80 78 50 50 25.4 9.5 6 25 35 14 14 0.5 1
16100R08 ® | 100 98 50 50 25.4 9.5 6 25 35 14 8 0.8 |1
16100R12 [ 100 98 50 50 25.4 9.5 6 25 35 14 12 0.9 1
S 16100R18 () 100 98 50 50 25.4 9.5 6 25 35 14 18 0.9 1
£ 16125R10 [ ] 125 123 50 50 25.4 9.5 6 25 35 14 10 1.2 1
16125R14 ® | 125 123 50 50 25.4 95 6 25 35 14 14 12 |1
16125R22 [ 125 123 50 50 25.4 9.5 6 25 35 14 22 1.3 1
16160R12 ® | 160 158 80 63 38.1 15.9 10 35.5 55 30 12 23 |1
16160R20 [ 160 158 80 63 38.1 15.9 10 35.5 55 30 20 2.4 1
16160R28 ® | 160 158 80 63 38.1 189 10 35.5 55 30 28 26 |1

Non-Ferrous
Metals

W Precautions when Using Wiper Blades

- W type Setting WS type Setting A\ Precautions

(For more details, refer to the instruction
manual included with the product)

—— | LeaH In order to maintain cutter balance when
1 /e & Precautions [/e2 using the WS type (SCV10 wiper blade),
fil g2 EH tter with -number of
/1] S8 In order to maintain cutter balance when using EE use.a cutter with an even-number o
73 . K K] cutting teeth and place another WS type
f § 2 the W type wiper blade, use a cutter with an even- S| & wiper blade (or dummy blade ANBD) at
ﬁu number of cutting teeth and place another W type 1 P . N . Y
{+1.0mm wiper blade at the opposite teeth position Lo opposite teeth positions.
P pp p B *The dummy blade is dedicated for use with WS type.
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ANXA
&

Blade

NovFemous Neta

Dimensions (mm)

Grade Classification SUMIDIA SUMICRYSTALV
High-speed/Light Cuting| (Y] <) [N]
Process | General-purpose | [0 <) ! ) )
Roughing [N] [Knl Figl g - Faz 16 - Fas 16 o 9 2
3 o ©  (Cuttin - | Wiper 6.0 9.0 60| RE| ==
Cat. No. = 2 % Edgeg Com;:;ad'us Eng);e Applications | Fig | r 2‘3
= el ® |Length Shape | | | @
ANB 1600R-L [ ] — 6.0 — | Linear |LowCutngFoee | 1 Fiaa Fia 5 Fio 6
ANB 1600R-G ([ J = 6.0 — | Avc-Shaped Gt | 1 |9 - 16 9 16 9 <« 148
ANB 1600R-GB ® - 6.0 — | Arc-Shaped |Composte Mg 1 20
ANB 1600R-H o — = 6.0 — | Arc-Shaped|Strong Edge | 1 il
ANB 1600R-GX [ J — 9.0 — | Arc-Shaped|Long Edge | 2 i B
ANB 1604R [ J = 6.0 0.4 | Linear |ComerRadus| 3 § 8
A e
ANB 1600R-WS — — ([ — — | Arc-Shaped|Wiper | 5
ANBD - - @®? = = —  |DummyBlade | 6

*1 Cast iron/aluminum alloy *2 Dummy blade for use with WS type (cemented carbide), refer to H228 "Precautions when Using Wiper Blades" (Mounting Precautions).

Recommended Cutting Conditions

Si content of 12.6% or less

. Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Blade
ISO (Work Material|Hard
orv Materia nercness Min. - Optimum - Max. |Min. - Optimum - Max.| Grade
Aluminum DA1000
Alloy — | 2,000- 2,500 - 3,000 0.05- 0.13 -0.20 SCV10
Si content of over 12.6%
150 [Work Material lHardness Cu.ttlng Spe'ed vc (m/min) .Feed Rafe fz (mm/t) Blade
Min. - Optimum - Max. |Min. - Optimum - Max.| Grade
: DA1000
Aluminum | - _ 400 - 600 - 800 0.05- 0.13 -0.20 |DA90
Alloy SCV10
Combined Milling of Cast Iron/Aluminum Alloy
1SO [Work Material lHardness Cu.ttmg Spe'ed vc (m/min) .Feed Rafe fz (mm/t) Blade
Min. - Optimum - Max. [Min. - Optimum - Max. Grade
Castlron/ | _ 300 - 400 - 500 0.05- 013 -0.20 | DA90
Aluminum Alloy
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.
For combined milling of cast iron/aluminum alloy, we recommend DA90.
When using wiper blade WS type, see the table below.
Parts
Cap Adjustment | Adjustment
Screw e Screw Wrench Centre Bolt
Applicable Cutter
ANXA 16080R(S)O0O
ANXA 16100R(S) OO BXH1235-D33| 50
ANXA 16125R(S)00 BXAO0310IP 2.0 TRXW10IP |HFJ ANT
ANXA 16160R(S) OO BXH2036-D50{200

Maximum Allowable Spindle Speed

Cat. No. n max(min-')
ANXA 16080RS06 20,000
16080RS10 20,000
16080RS14 20,000
16100RS08 18,000
16100RS12 18,000
16100RS18 18,000
16125RS10 16,000
16125RS14 16,000
16125RS22 16,000
16160RS12 14,000
16160RS20 14,000
16160RS28 14,000
ANXA 16080R06 20,000
16080R10 20,000
16080R14 20,000
16100R08 18,000
16100R12 18,000
16100R18 18,000
16125R10 16,000
16125R14 16,000
16125R22 16,000
16160R12 14,000
16160R20 14,000
16160R28 14,000

*The maximum allowable spindle speeds are
set to prevent the inserts from dislodging by

centrifugal force.

The adjustment wrench (ANT) can also be used for height adjustment of the High-speed Cutter RF type and High-efficiency Cutter HF type.

B Wiper Blade WS type Recommended Feed Rate

s|eloN
SN0JI94-UON

WS Cutting Edge Feed Rate per Tooth’ D<05 05<D< 1.7 oD
fzus (MM/tws)
Burr-free Finish © Excellent
Mirror Finishing © Excellent O Good Impossible
Target Surface Roughness Ra (um) 0.015 to0 0.05 up to 0.6

*1 Feed Rate per WS Cutting Edge Tooth fzws

*2 Total number of teeth includes dummy blade and wiper blade (WS type).

Feed Rate per Tooth

fz

Feed Rate (vf) (mm/min)

fz (mm/t) =

Spindle Speed n (min”) x (Total No. of Teeth)

*3 WS type number of teeth does not include dummy blade.

N-m) Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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Rake
Angle Axial +5° m

Face Milling  Shoulder Milng ~ Groove Miling

KWW KWW
ey e’
3s al
2t R 8 8 ¢ .
=5
=3
D2 D1
le D1 | DC
m DC DCX
DCX
BOdy (Steel) Dimensions (mm)
Max. Dia. Dia. Boss Dia. | Overall Length | Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght .
(bl Stockl pox | DG |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 | D2 |of Teeth (kg) | '9
ANXS 16040RS04 [ ] 40 38 38.5 40 16 8.4 5.6 18 14 9 4 03 |1
16040RS06 (] 40 38 38.5 40 16 8.4 5.6 18 14 9 6 03 |1
16050RS04 ([ 50 48 48.5 40 22 10.4 6.3 20 18 11 4 0.4 1
16050RS06 ([ J 50 48 48.5 40 22 10.4 6.3 20 18 11 6 0.4 1
16050RS09 ([ 50 48 48.5 40 22 10.4 6.3 20 18 11 9 0.4 1
16063RS06 ([} 63 61 50 40 22 10.4 6.3 20 18 11 6 0.7 1
16063RS08 ([ 63 61 50 40 22 10.4 6.3 20 18 11 8 0.7 1
kS 16063RS12 ([ J 63 61 50 40 22 10.4 6.3 20 18 11 12 0.7 1
‘3 16080RS06 ([ 80 78 50 50 27 12.4 7 22 35 14 6 1.2 1
= 16080RS10 o 80 78 50 50 27 12.4 7 22 35 14 10 1.2 1
16080RS14 ([ 80 78 50 50 27 12.4 7 22 35 14 14 1.2 1
16100RS08 ([ J 100 98 80 50 32 14.4 8 32 46 — 8 1.9 2
16100RS12 ([ 100 98 80 50 32 14.4 8 32 46 — 12 2.0 2
16100RS18 ® | 100 98 80 50 |32 14.4 8 32 46 — 18 20 |2
16125RS10 ([ 125 123 80 63 40 16.4 9 29 52 29 10 3.8 1
16125RS14 ([ J 125 123 80 63 40 16.4 9 29 52 29 14 3.9 1
16125RS22 (] 125 123 80 63 40 16.4 9 29 52 29 22 3.9 1
ANXS 16063R06 ([ J 63 61 50 50 25.4 9.5 6 25 20 14 6 0.9 1
16063R08 ([ 63 61 50 50 25.4 9.5 6 25 20 14 8 0.9 1
16063R12 (] 63 61 50 50 |25.4 9.5 6 25 20 14 12 09 |1
16080R06 ([ 80 78 50 50 25.4 9.5 6 25 35 14 6 1.2 1
16080R10 (] 80 78 50 50 |254 9.5 6 25 35 14 10 1.2 1
5 16080R14 ([ 80 78 50 50 25.4 9.5 6 25 35 14 14 1.2 1
£ 16100R08 ([ J 100 98 80 50 31.75 12.7 8 36 42 — 8 1.9 2
16100R12 ([ 100 98 80 50 31.75 12.7 8 36 42 — 12 2.0 2
16100R18 ® | 100 98 80 50 |31.75 | 12.7 8 36 42 — 18 20 |2
16125R10 ([ 125 123 80 63 38.1 159 | 10 35.5 52 29 10 3.9 1
16125R14 ([ J 125 128 80 63 38.1 159 | 10 35.5 52 29 14 3.9 1
16125R22 (] 125 123 80 63 38.1 159 | 10 35.5 52 29 22 3.9 1
Blades are sold separately.
If using blades with corner radius (ANB1604R/ANB1608R), DC = DCX.
Weight indicated includes the weight with blades and other spare parts (excluding the centre bolt).
I Note: The values in red have been changed from Rev. 3 and the 2021-2022 General Catalogue.
Identification Code

ANX S 16 100 R S 18

Series Code  SteelBody Blade Max. Dia. Feed Metric Number
Size Direction Bore of Teeth

Non-Ferrous
Metals
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ALNEX

ANXS
&

NovFemous Neta

Blade Dimensions (mm)
Grade Classification SUMIDIA SUMICRYSTALV
High-speed/Light Cuting |~ [X) Kl [N]
Process | General-purpose | [0 <) Fio 1 Fio 2 Fio 3
Roughing [N] [ O 16 o 9T 18 o 9, 16 oz
Q o |cutt Wi 6.0 9.0 60| RE| ==
S o = utting| iper 20, =
Cat. No. = 2 3 Edge | ;Réd *| Edge | Applcations | Fig | r |2 a
3 e @ |Length Shape u g g @
ANB 1600R-L [ ] — 6.0 — | Linear |LowCutingFoce| 1 Fiaa Fia 5 Fia 6
ANB 1600R-G ([ J = 6.0 — | Avc-Shaped Geeappess | 1 |9 - 16 9 16 ‘9 <« 148
ANB 1600R-GB ® — 6.0 — | Arc-Shaped |Compsteing'| 1 20
ANB 1600R-H o — = 6.0 — | Arc-Shaped|Strong Edge | 1 il
ANB 1600R-GX [ J — 9.0 — | Arc-Shaped|Long Edge | 2 i B
ANB 1604R [ J = 6.0 0.4 | Linear |ComerRadus| 3 § I
<L . = S I I el vk
ANB 1600R-WS — — ([ — — | Arc-Shaped|Wiper | 5
ANBD - - @®? = = —  |DummyBlade | 6
*1 Cast iron/aluminum alloy *2 Dummy blade for use with WS type (cemented carbide), refer to H228 "Precautions when Using Wiper Blades" (Mounting Precautions).
Recommended Cutting Conditions Maximum Allowable Spindle Speed
Si content of 12.6% or less —
: . Cat. No. n max(min-')
1SO |Work Material Hardness Cu.ttlng Speted ve (m/min) .Feed Rate fz (mm/y bl ANXS 16040RS04 25,000
Min. - Optimum - Max. |Min. - Optimum - Max.| Grade 16040RS06 25.000
A"Z"l‘li“”m — | 2,000- 2,500 -3,000 | 0.05- 0.13 - 0.20 gé:/?go 16050RS04 25,000
oy 16050RS06 25,000
Si content of over 12.6% 16050RS09 25,000
- ; 16063RS06 22,000
1SO |Work MaterialHarness Cu.ttlng Spe-ed ve (m/min) ‘Feed Rafe fz (mm/t) Blade 16063RS08 29 000
Min. - Optimum - Max. |Min. - Optimum - Max.| Grade 4
Alurmi DAT000 16063RS12 22,000
‘JA”H':“”" - 400 - 600 - 800 0.05- 013 -0.20 |DA90 16080RS06 20,000
y SCV10 16080RS10 20,000
Combined Milling of Cast Iron/Aluminum Alloy 16080RS14 20,000
. Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Blade 16100RS08 18,000
SO |Work Material achess Min. - Optimum - Max. |Min. - Optimum - Max.| Grade 16100RS12 18,000
Cast Iron/ 16100RS18 18,000
Aluminum Alloy — 300 - 400 - 500 0.05- 0.13 - 0.20 DA90 :g: gggg:g 12,883
The cutti ditions ab: ide. Actual conditi ill need to be adjusted ’
according 1o machine rigicty, work diamp rgicty, depth of cut and ofher factors. 16125RS22 16,000
For combined milling of cast iron/aluminum alloy, we recommend DA90. ANXS 16063R06 22,000
When using wiper blade WS type, refer to page H229. 16063R08 22 000
Parts 16063R12 22,000
T il e 16080R06 20,000
Cepp Wrench |/ GlustmentAdustment oo Boit 16080R10 20,000
Screw Screw | Wrench 16080R14 20,000
Applicable Cutter 16100R08 18,000
E @ 16100R12 18,000
16100R18 18,000
ANXS 16040RSOO BXH0825-D13| 15 16125R10 16,000
ANXS 16050RSOO 16125R14 16,000
BXH1030-D16| 25
ANXS 16063RSOO 16125R22 16,000
ANXS 16080RSOO BXAQ310IP| 2.0 TRXWTOIP |HFJ ANT BXH1235-D33| 50 *“The maximum allowable spindle speeds are z
ANXS 16100RSOO BXH1635-D40[100 set to_ prevent the inserts from dislodging by =3
ANXS 16125RS0O0 BXH2036-D50 200 centrifugal force. g3
ANXS 16063ROO BXH1235-D18| 40 @ é
ANXS 16080ROO BXH1235-D33| 50 Z
ANXS 16100RO0O BXA0310IP|2.0 TRXW10IP [HFJ ANT BXH1635-D40/100
ANXS 16125RO0O BXH2036-D50 {200

The adjustment wrench (ANT) can also be used for height adjustment of the High-speed Cutter RF
type and High-efficiency Cutter HF type.

N-m) Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)
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Rake 3 k
I Axial +5° 90

Face Milling  Shoulder Milng ~ Groove Miling

Fig 1
< =
(2] [&]
4 ] Qa / %
= a
=
=43)
LI
LH
LF
BOdy (Steel) Dimensions (mm)
Max. Dia. Dia. Shank Dia. Head Overall Length | Number of Weight )
cap Stock| "o DC DMM LH LF Teeth (ka) Fig

ANXS 16025E02 o 25 23 20 35 95 2 0.2 1
16030E03 o 30 28 20 35 95 3 0.3 1
16030E04 o 30 28 20 35 95 4 0.3 1
16032E03 o 32 30 20 35 95 3 0.3 1
16032E04 o 32 30 20 35 95 4 0.3 1
16040E04 o 40 38 20 40 100 4 0.4 1
16040E06 [ ] 40 38 20 40 100 6 0.5 1
16050E04 o 50 48 32 40 120 4 1.0 1
16050E06 o 50 48 32 40 120 6 1.0 1
16050E09 (] 50 48 32 40 120 9 1.0 1

Blades are sold separately.
If using blades with corner radius (ANB1604R/ANB1608R), DC = DCX.
Weight indicated includes the weight with blades and other spare parts.

Identification Code

ANX S 16 032 E 04

Series Code Steel Blade Max. Dia.  Shank Number
Body Size type of Teeth

Non-Ferrous
Metals
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ALNEX

ANXS
&

Blade Dimensions (mm)
Grade Classification SUMIDIA SUMICRYSTALV
High-speed/Light Cuting |~ [X) <) [N]
Process | General-purpose | ) Kl ) ] )
Roughing [N] [Knl Figl g - Faz 16 - Fig SA 16 gg
8 o ©  |Cuttin | Wiper 6.0 9.0 60| RE| =
Cat. No. = 2 g Edgeg Ccm;:;ad'us Eng);e Applications| Fig | r |2 g
= el ® |Length Shape | | | @
ANB 1600R-L o — 6.0 — | Linear {lowCutingFoee | 1 Fiaa Fia 5 Fio 6
ANB 1600R-G ([ J = 6.0 — | Arc-Shaped |Gt | 1 |9 - 16 9 16 ‘9 <« 148
ANB 1600R-GB ® - 6.0 — | Arc-Shaped |Comosteling’) 1 20
ANB 1600R-H o — = 6.0 — | Arc-Shaped [Strong Edge | 1 il
ANB 1600R-GX [ J — 9.0 — | Arc-Shaped {Long Edge | 2 i B
ANB 1604R [ J = 6.0 0.4 | Linear |ComerRadus| 3 § 8
AL ———— S I B el i
ANB 1600R-WS — — ([ — — | Arc-Shaped [Wiper | 5
ANBD - - @®? = = —  |DummyBlade | 6

*1 Cast iron/aluminum alloy *2 Dummy blade for use with WS type (cemented carbide), refer to H228 "Precautions when Using Wiper Blades" (Mounting Precautions).

Recommended Cutting Conditions

Si content of 12.6% or less

. Cutting Speed vc (m/min) Feed Rate fz (mm/t) Blade
ISO |Work Material |Hardness
"’ " Min. - Optimum - Max.  |Min. - Optimum - Max.| Grade
Aluminum DA1000
Alloy 2,000 - 2,500 - 3,000 0.05- 0.13 - 0.20 SCV10
Si content of over 12.6%
1SO |Work Material|Hadness Culttlng Spe.ed ve (m/min) .Feed Rafe fz (mm/t) Blade
Min. - Optimum - Max. | Min. - Optimum - Max.| Grade
i DA1000
Aluminum - 400 - 600 - 800 0.05- 0.13 -0.20 |DA90
Alloy SCV10
Combined Milling of Cast Iron/Aluminum Alloy
. Cutting Speed vc (m/min) Feed Rate fz (mm/t) Blade
1SO |Work Material |Hardness
I Min. - Optimum - Max. | Min. - Optimum - Max.| Grade
Castiow | _ 300 - 400 - 500 0.05- 0.13 -0.20 | DA90
Aluminum Alloy

Note

allowable spindle speed.
- 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.
For combined milling of cast iron/aluminum alloy, we recommend DA90.
- When using wiper blade WS type, refer to page H229.

Parts
Cap Adjustment | Adjustment
Screw Wrench Screw Wrench
BXA0310IP |2.0{TRXW10IP HFJ ANT

The adjustment wrench (ANT) can also be used for height
adjustment of the High-speed Cutter RF type and High-

efficiency Cutter HF type.

N-m) Recommended Tightening Torque (N-m) @ mark: Standard Stocked Item (new product/expanded item)

- The above are the recommended conditions for ANX series overall. Use within the maximum

Maximum Allowable Spindle Speed

Cat. No. n max(min-')
ANXS 16025E02 10,000
16030E03 10,000
16030E04 10,000
16032E03 10,000
16032E04 10,000
16040E04 10,000
16040E06 10,000
16050E04 10,000
16050E06 10,000
16050E09 10,000

*The maximum allowable spindle speeds are
set to prevent the inserts from dislodging by

centrifugal force.

S[elsN
SNo1Jo4-UoN

H233



VIDEO OF

CUTTING

B Features
The HF type high-efficiency aluminum alloy cutter employs a unique blade design
to achieve machining without burrs.
HFFH type with coolant holes is now available as a BBT30 (BIG-PLUS™) arbor
integrated version.
Work Material

- Aluminum and aluminum alloys (Not suited for
- Other non-ferrous metals cast iron or steel.

Milling
Cutters

@ Achieves high-efficiency milling with vf of over 20,000 mm/min thanks to
its multi-blade design (3 teeth per inch)

High-feed, High-efficiency Milling with Multi-blade Design

Conventional Tool

fz = 0.08mm/t 3.4 Times the

Machining Efficiency

HFF12080R .
f2 = 0.16mm/t 9,800mm/min
0 2,500 5,000 7,500 10,000
v (mm/min)
B Maximum Allowable Spindle Speed and Feed Rate
Cutter Dia.| NmMax Ve fz  |MaxNo.of Testh vf
Workpiece: Aluminum Case (Frame Milling) (i) (ming) (i) (i) (pcs) (L)
Tool: HFF12080R-25.4 (¢80 10-tooth), 280 | 11,000 | 2,763 |upto0.2] 10  |upto 22,000
Conventional Tool (880 6-tooth) 2100 9,500 | 2,983 |upto 0.2 12 up to 22,800
0125 7,500 | 2,944 |upto 0.2 15 |upto 22,500

* The maximum allowable spindle speeds are set to prevent the inserts from
dislodging by centrifugal force.

@ Reduces burrs by using a
double-chamfered blade type

Drastically reduces burrs by preventing
plastic deformation that causes burrs.

Conventional Blade Shape Double-Chamfered Blade fype

Main Chamfer

Sub Chamfer

Work Material: A6061 Rolled Steel 0.416mm , Burr Formation No Burrs
Cutting Conditions: vc = 3,142m/min, N

fz = 0.10mm/t,

ap = 0.5mm, Dry

@ Wedge clamp with anti-fly-out mechanism ensures safety and operability

nti-fly-out
Stopper

‘qEnables Easy
Runout Correction

HFJ

Ensure that the maximum allowable spindle speed (n max) specified for each cutter diameter is not exceeded. (See the table at upper right)

@ Reduces running costs by drastically increasing blade regrinding allowance (to 1.8mm)
Assuming 0.2mm of regrinding

each time, an edge can be used

up to 10 times.

(Given conditions of normal wear with ap = 1.4mm or less)

Non-Ferrous
Metals
Maximum Regrinding

Allowance

<Regrinding The regrinding allowance has been drastically increased
Portion compared to conventional screw-lock types.

@ Internal coolant improves chip evacuation performance (HFFH type, HFFH-BBT30 type)
The internal coolant effectively prevents chips from becoming clogged or biting into the work
material and achieves longer tool life. (Use an internal coolant compatible arbor)

*1: BIG-PLUS™ is a registered trademark of BIG DAISHOWA Co., Ltd.
*2: Can also be used with BT30 spindle machines.

H234 @ Recommended Tightening Torque (N-m)



High-efficienc

HF se

M Product Range

Dia. (mm)
2100 | o

Cat. No.

8|

Q

o
ey
N
(6]

HFM 12000RS 0 6 ©
HFM 12000R 0 O ©
% * (@]
HFF 12000RS & @& | & €=
HFF 12000R O & & g3
* * (]
HFFH 12000RS O & &
HFFH 12000R ® & &
HFFH 12000R-BBT30 O®© & &
Number in @ shows the number of teeth Inch Bore *mark: Different diameter shanks in stock
H Blade Selection Guide H Blade Selection Reference I
z
. (=}
Work Material m _Tn L
. . ) . Emphasis on _— Reducton o Geneatpupose
Applications | Reduction of Back Force | General-purpose Roughing Fracture Resistance Finishing : Back F (Standard)
(8]
g GX
Features | Low Cutting Force Standard Long Edge High Strength Wiper 2 Roughing H
[0
o
Emphasis
wee | L type Gtype | GXtype | Htype | W type
Fracture Resistance -+« ->Good
Edge > 2 2 5 5
Sha 7 3 = S
pe
LEdge 6.0mm 6.0mm 9.0mm 6.0mm 2.0mm I
ength ¢
B Wiper Blade Step Amount
|| LG&H
*Maxi Depth of Cut
9.021xnl1n;:|$’c':r G?(Ft)ypeo . w o
9]
5 S
S
g g
| (=) 0‘:
Y
0.55mm | 1
DC - . 1.0mm
DCX _
B Structure of HF type H Blade Mounting Direction
The axial set screw and balance adjustment screw hole have

an embedded special part that prevents the insertion of
screwdrivers or hex wrenches.

Loosen the screw by one turn
before removing the blade.

AN

s|eloN
SNo1Jo4-UoN

.\ Clamp Plate Note that if the insert
HFW is forcibly removed in the
wrong direction, the
.\ Clamp Bolt part may break.
WB6-13T

Adjustment Screw

/ HFJ

Blade

/ NF-LDEN

H235



Rake 3 k
I Axial 10° 90

Face Millng

Fig 1 DCSFMS Fig 2 DCSFMS Fig 3 DCSFMS
.DCB_ DCB DCB
o o » il = f
a % odn oo
@, ae 22
o? O w o w o w
B | | |
£2 Sl
=3
20 22
D1 D1 D1
DC DC DC
DCX DCX DCX
BOdy (Fine Pitch: 2-teeth/lnCh) Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Overall Length Hole Dia. [Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
T &»| DC DCX | DCSFMS LF DCB KWW KDP | CBDP D1 D2 |ofTeeth | (kg) 9
HFM 12080RS-22 |@ 80 82 50 40 22 10.4 6.3 20 18 11 6 1.0 |1
kS) 12080RS-27 |@ 80 82 55] 50 27 12.4 7 22 20 14 6 1.2 1
3 12100RS-32 |@| 100 102 70 50 32 14.4 8 32 54 — 8 1.7 |2
= 12125RS-32 |(@®| 125 127 70 50 32 14.4 8 32 84 = 10 22 |38
12125RS-40 (@] 125 127 90 63 40 16.4 9 35 84 — 10 28 |3
HFM 12080R-25.4 |@® 80 82 50 50 25.4 9.5 6 30 35 = 6 1.0 |2
12100R-25.4 |(@®| 100 102 50 50 25.4 9.5 6 30 54 — 8 15 |2
5 12100R-31.75 |@| 100 102 70 50 31.75 12.7 8 32 54 = 8 1.7 |2
£ 12125R-25.4 (@] 125 127 50 50 25.4 9.5 6 30 84 — 10 20 |3
12125R-31.75 |@| 125 127 70 50 31.75 12.7 8 32 84 = 10 22 |8
12125R-38.1 (@] 125 127 80 63 38.1 15.9 10 36 84 — 10 25 |3
Blades are sold separately.
Blade Dimensions (mm)
Grade Classification SUMIDIA ) )
- - - Fig 1 Fig 2
High-speed/Light Cutting [N] 12.7 12.7
6.0 3.962 9.0 3.962
Process General-purpose [N] e N | — Y,
- T [t} (o}
Roughing [N] 2 i 8 -
3 Cutting |, . — > >
Cat. No. 2 Edge ngerz];ggge Applications  |Fig :
) Length FYE  Wiper Blade
NF-LDEN 12T3ZDFR-L ([ ] 6.0 Linear | Low Cutting Force | 1 127 50 3.962
12T3ZDFR-G () 6.0 |Arc-Shaped | General-purpose| 1 . T &
12T3ZDTR-H [ 6.0 |Arc-Shaped | Strong Edge 1 9 -
12T3ZDFR-GX () 9.0 |Arc-Shaped | Long Edge 2 @
12T3ZDFR-W [ J 2.0 | Arc-Shaped | Wiper 3
I Parts (Sold Separately) Identification Code
Clamp Plate Bolt Adusiment Serew | Wrench | Wrench | | Assembly Wrench H F M 1 2 080 R S 22
G 2%7 @ @ @ /\& % ; Series  Fine Pitch Blade Dia. I& IVEC Hole
© Code Size Direction Bore Dia.
HFW WB6-13T 6.0 HFJ TTX20 |RFT HFVT
Recommended Cutting Conditions

Si content of 12.6% or less

Cutting Speed vc (m/min) | ~ Feed Rate fz (mm/t) Blade
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy |2,000-2,500-3,000| 0.05- 0.13 -0.20 DA1000

- The cutting conditions 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 HF type overall. Use within the
maximum allowable spindle speed.

ISO| Work Material

Non-Ferrous
Metals

Note

Si content of over 12.6%

Cutting Speed vc (m/min) | ~ Feed Rate fz (mm/t) Blade
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy | 400-600-800 0.05- 0.13 -0.20 DA1000

NPl 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.

ISO| Work Material

H236 @ Recommended Tightening Torque (N-m)



High-efficiency Cutter for

HFF 1

CION Radial | 4 |

Angle Axial 10°

| 3m |900 ‘

Face Milling

NovFemous Neta

Fig 1 DCSFMS Fig 2 DCSFMS Fig 3 DCSFMS
DCB ?((W-;WB DCB
2 =E: S
( J s o Y o 5
2
<D_1> D1 D1
DC DC DC
DCX DCX DCX
Body (Extra Fine Pitch: 3-Tooth/Inch) Dimensions (mm)
Cat. No § Dia. Max. Dia. Boss  |OverallLength| Hole Dia. |Keyway Width| Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fi
T &»| DC DCX |DCSFMS| LF DCB KWW KDP CBDP D1 D2 of Teeth |  (kg) 9
HFF 12080RS-22 |@® 80 82 50 40 22 104 6.3 20 18 11 10 1.0 1
XS] 12080RS-27 |@ 80 82 55 50 27 124 7 22 20 14 10 1.2 1
@ 12100RS-32 |@| 100 102 70 50 32 14.4 8 32 54 — 12 1.7 2
= 12125RS-32 |@| 125 127 70 50 32 14.4 8 32 84 — 15 2.2 3
12125RS-40 (@] 125 127 90 63 40 16.4 9 35 84 — 15 2.8 3
HFF 12080R-25.4 |@® 80 82 50 50 25.4 9.5 6 30 35 — 10 1.0 2
12100R-25.4 |(@| 100 102 50 50 25.4 9.5 6 30 54 — 12 1.5 2
5 12100R-31.75 (@| 100 102 70 50 31.75 12.7 8 32 54 — 12 1.7 2
£ 12125R-254 (@] 125 127 50 50 25.4 9.5 6 30 84 — 15 2.0 3
12125R-31.75 |@| 125 127 70 50 31.75 12.7 8 32 84 — 15 2.2 3
12125R-38.1 |®| 125 127 80 63 38.1 15.9 10 36 84 — 15 2.5 3
Blades are sold separately.
Blade Dimensions (mm)
Grade Classification SUMIDIA ' )
- - - Fig 1 Fig 2
High-speed/Light Cutting [N] 127 127
Process General-purpose [N] 60,] 3.962 \. 9.0 3.962 \.
Roughing [N] — © e - ©
o N
3 Cutting| Wiper it «
Cat. No. g Edge | Edge Applications  |Fig S ]
I =011 SS 1k Fig 3 QEITEEETID
NF-LDEN 12T3ZDFR-L [ ] 6.0 Linear |Low Cutting Force | 1 127 50 3.962
12T3ZDFR-G ([ J 6.0 | Arc-Shaped | General-purpose | 1 \fn
12T3ZDTR-H o 6.0 | Arc-Shaped | Strong Edge 1 9 -
12T3ZDFR-GX () 9.0 |Arc-Shaped | Long Edge 2 <
12T3ZDFR-W o 2.0 | Arc-Shaped | Wiper 3
Parts (Sold Separately) Identification Code
Clamp Plate Bolt Adustment Screw | Wrench | Wrench | | Assembly Wrench H F F 1 2 0 80 R S 2 2
@ @ @ @ ,\& % ; Series Code Ex?a Blade Dia. Fez Mac Hole
% Fine Pitch  Size Direction Bore Dia.
HFW WB6-13T 6.0 |HFJ TTX20 |RFT HFVT
Recommended Cutting Conditions
Si content of 12.6% or less
1S0l Work Material Cultting Spe'ed ve (m/min) feed Rafe fz (mm/) Blade
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy [2,000-2,500-3,000] 0.05- 0.13 -0.20 DA1000

Note

- The cutting conditions 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 HF type overall. Use within the

maximum allowable spindle speed.

Si content of over 12.6%

ISO| Work Material

Cutting Speed vc (m/min)
Min. - Optimum - Max.

Feed Rate fz (mm/)
Min. - Optimum - Max.

Blade
Grade

Aluminum Alloy

400- 600 -800

0.05- 0.13 -0.20

DA1000

Note

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.

N-m Recommended Tightening Torque (N-m)

sJ9131n)
Bunpn

S[elsN
SNo1Jo4-UoN

H237



Milling
Cutters

Non-Ferrous
Metals

H238

Rake

Angle Axial 10°

Belel @

Face Millng

Fig 1 DCSFMS Fig 2 DCSFMS Fig 3 DCSFMS
DCB DCB, DCB,
AN 2 i
QI% afg a o
4 G - Oyf -
o2
<D_1> D1 D1
DC DC | DC |
DCX DCX | DCX \
Body (Extra Fine Pitch: 3-Tooth/Inch) With Coolant Holes Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Overall Length Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight E
T »| DC DCX | DCSFMS LF DCB KWW KDP | CBDP D1 D2 |of Teeth| (kg) 9
HFFH 12080RS-22 | @ 80 82 50 40 22 10.4 6.3 20 18 11 10 1.0 |1
) 12080RS-27 |@® 80 82 55 50 27 12.4 7 22 20 14 10 1.2 1
© 12100RS-32 |@| 100 102 70 50 32 14.4 8 32 54 — 12 1.7 |2
= 12125RS-32 |@| 125 127 70 50 32 14.4 8 32 84 = 15 22 |38
12125RS-40 |@| 125 127 90 63 40 16.4 9 35 84 — 15 28 |8
HFFH 12080R-25.4 | @ 80 82 50 50 25.4 9.5 6 30 35 = 10 1.0 |2
12100R-254 |@®@| 100 102 50 50 25.4 9.5 6 30 54 — 12 15 |2
5 12100R-31.75 |®| 100 102 70 50 31.75 12.7 8 32 54 = 12 1.7 |2
£ 12125R-254 (@ 125 127 50 50 25.4 9.5 6 30 84 — 15 20 |3
12125R-31.75 |@| 125 127 70 50 31.75 12.7 8 32 84 = 15 22 |8
12125R-38.1 | @| 125 127 80 63 38.1 15.9 10 36 84 — 15 25 |8
Blades are sold separately.
Blade Dimensions (mm)
Grade Classification SUMIDIA Fig 1 Fig 2
High-speed/Light Cutting [N] 12.7 12.7
6.0 3.962 9.0 3.962
Process| General-purpose [N] [o— \'t’n e \:0
Roughing [N] — 9 - 9 -
8 Cutting ' > >
Cat. No. = Edge Rhipefcde Applications  |Fig —
< Shape
[a) L Fig 3
NF-LDEN 12T3ZDFR-L [ ] 6.0 Linear Low Cutting Force | 1 127 50 2062
12T3ZDFR-G o 6.0 Arc-Shaped | General-purpose| 1 -, R o
12T3ZDTR-H [ J 6.0 Arc-Shaped | Strong Edge 1 9 -
12T3ZDFR-GX ® 9.0 | Arc-Shaped |Long Edge 2 ©
12T3ZDFR-W [ 2.0 Arc-Shaped | Wiper 3
Parts (Sold Separately) Identification Code
Clamp Plate Bolt Wrench | Adustment Serew | Wrench | | Assembly Wrench HF F H 12 080 R S 22
@ @ @ ,\h @ % ; Series Code Ex?:l % Blade Dia. @ I\/Ec Hole
© Fine Pitch  Qil Size Direction Bore Dia.
HFW WB6-13T | 6.0 [TTX20 [HFJ RFT HFVT Hole
Recommended Cutting Conditions
Si content of 12.6% or less
1SO| Work Material CulttingSp?edvc(m/min) feed Rafefz(mm/t) Blade
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy |2,000-2,500-3,000| 0.05- 0.13 -0.20 DA1000

Note

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

Si content of over 12.6%

- The above are the recommended conditions for HF type overall. Use within the

ISO| Work Material

Cutting Speed vc (m/min)
Min. - Optimum - Max.

Feed Rate fz (mm/t)
Min. - Optimum - Max.

Blade
Grade

Aluminum Alloy

400- 600 -800

0.05- 0.13 -0.20

DA1000

Note

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.

(N-m Recommended Tightening Torque (N-m)




High-efficiency Cutter for A

HFFH

CON Radial | 4 |

Angle Axial 10°

| 3m |9o° ‘

Face Milling

NovFemous Neta

- The above are the recommended conditions for HF type overall. Use within the
maximum allowable spindle speed.
- The cutting conditions are a guide. Actual conditions will need to be adjusted

Note

Fig 1
a8 c=
/i g =
=
BBT30 a a
- 33
60
Body (Extra Fine Pitch: 3-Tooth/Inch) With Coolant Holes Dimensions (mm)
S Dia. Max. Dia. Weight )
Cat. No. g DC DCX Number of Teeth (kg) Fig
< | HFFH 12080R-BBT30 ([ J 80 82 10 1.6 1
e 12100R-BBT30 ([ J 100 102 12 2.4 1
— 12125R-BBT30 (] 125 127 15 2.6 1
Blades are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Blade Dimensions (mm)
Grade Classification SUMIDIA Fig 1 Fig 2
High-speed/Light Cutting [N] 12.7 12.7
Process| General-purpose o ~60,) 3562 v, 90 | 3562 v
Roughing [N] — 9 - 9 -
8 Cutting ) i i
Cat. No. = Edge Wiper Edge Applications  [Fig
< Shape
a Length Fig 3
NF-LDEN 12T3ZDFR-L ([ ] 6.0 Linear Low Cutting Force| 1 127 50 3962
12T3ZDFR-G ® 6.0 Arc-Shaped | General-purpose| 1 P Yo,
12T3ZDTR-H ([ J 6.0 Arc-Shaped | Strong Edge 1 8 -
12T3ZDFR-GX o 9.0 Arc-Shaped | Long Edge 2 @
12T3ZDFR-W o 2.0 Arc-Shaped | Wiper 3
Parts (Sold Separately)  Identification Code
Clamp Plate Bolt Wrench | AdustmentScew | Wrench | | Assembly Wrench H F F H 1 2 080 R B BT30
@ @ @ /& @ % ; Series E;a % Blade Dia. @i Supported Arbor
© Code Fine Pitch  Qil Size Direction Symbol
HFW WB6-13T| 6.0 TTX20 |HFJ RFT HFVT Hole
Recommended Cutting Conditions
Si content of 12.6% or less
1S0| Work Material Cultting Spe.ed ve (m/min) lFeed Ra?e fz (mmA) Blade
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
m Aluminum Alloy |2,000-2,500-3,000| 0.05-0.13 -0.20 DA1000

according to machine rigidity, work clamp rigidity, depth of cut and other factors.

Si content of over 12.6%

. Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Blade
ISO| Work Material
o Matena Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy | 400-600-800 0.05- 0.13-0.20 DA1000

The cutting conditions above are a guide. Actual conditions will need to be adjusted

Not:
o€ according to machine rigidity, work clamp rigidity, depth of cut and other factors.

* BIG-PLUS™ is a registered trademark of BIG DAISHOWA Co., Ltd.
* Can also be used with BT30 spindle machines.

N-m Recommended Tightening Torque (N-m)
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Milling
Cutters

B Surface Finish

M Features

The RF series cutter has a lightweight body designed for high-speed,
high-performance roughing to finish milling of aluminum alloys and other

non-ferrous metals.
B Work Material

® Aluminum and aluminum alloys
® Other Non-Ferrous Metals

cast iron or steel

( Not suited for )

@ From Roughing to Finishing Processes: Roughing: Economical carbide insert / Finishing: High-precision SUMIDIA insert
@ Strong and Lightweight Body: Special aluminum alloy body. 40% lighter than steel cutters. Hard anodizing. Improved

efficiency with higher spindle speeds, lower spindle loads and shorter tool change time

@ Safety Design: Prevents inserts from dislodging from cutter due to centrifugal force. (Speeds must be within max. recommended conditions)
To prevent warping, wedges are not used in the cutter construction
@ Easy Runout Adjustment: External setting gauge is used for easy tool presetting. High-precision cutter construction - units

fitted are within 10pm runout even before setting

- Process: Finish Milling
- Machine: Vertical Machining Centre
- Arbor: HSK63A
- Work Material: Si 10 to 12% Al Alloy
- Cutter: RF4100R 6-Tooth (1 Wiper)

- Grade: SUMIDIA (DA1000)

- ve = 4,990m/min
- n =15,900min-1
- vf = 11,400mm/min

Dry

- fz=0.12mm/t
- ap = 0.5mm, Wiper ap = 0.03mm,

Rz (Highest Peak): 0.69um Ra: 0.092um

Non-Ferrous
Metals

Stopper
RFS

Adjustment
RFJ

Flat Insert Screw
BFTX0509N

Set Screw
(Sub-clamp)
BTD0510

M Structure of RF type

Cap Screw
(Main Clamp)

BX0620

Cartridges
RFR,RFF,RFFH

Cover

RFC

Flat Insert Screw

FBUP2-A0-8
B Product Range
® Dia. (mm)
= Cat. No.
= 280 | 2100 | @125 | 160 | 200 | 250 | 2315

RF 4000R

(8]

10

[12]

Number in @O shows the number of teeth

H240

Inch Bore

@ Maximum Allowable Spindle Speed

n max
Cat. No. (min-)
RF4080R 17,000
RF4100R 15,900
RF4125R 13,500
RF4160R 11,000
RF4200R 9,000
RF4250R 7,600
RF4315R 6,000

* The maximum allowable spindle speeds are set to prevent
the inserts from dislodging by centrifugal force.

B Recommended Cutting Conditions
Si content of 12% or less

1SO| Work Material Culttlng Spe'ed ve (m/min) lFeed Ra?e fz (mmA) Insert
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
DA1000
2,000-2,500-3,000| 0.05-0.13-0.20
Aluminum Alloy 2,500 0.13 DA2200
300-650-1,000 | 0.05-0.13-0.20 H1

- The above are the recommended conditions for RF type overall. Use within the
maximum allowable spindle speed.

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

Si content of over 12%

1S0| Work Material Cu.ttlng Spe.ed ve (m/min) .Feed Ra?e fz (mm#) Insert
Min. - Optimum - Max. | Min. - Optimum - Max. Grade
DA1000
400- - .05-0.13-0.2
Aluminum Alloy 00- 600 -800 0.05-0.13-0.20 DA2200
200- 300 -400 | 0.05-0.13-0.20 H1

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.

® Recommended Cutting Edge Position

We recommend positioning as in the figure below when mounting carbide inserts or SUMIDIA inserts (blades).

Note

®\When roughing and finishing ®\\When using wiper edge

in the same process
Carbide Insert

Gl I

| °
SUMIDIA Insert T
A

DC | |1

SUMIDIA Insert

0.03t0 0.05

=

Wiper Insert

=)

& CAUTIONS (For more details, refer to the instruction manual included with the product)

As it is possible to mix different types of inserts/blades, it is important
to take note of the following.

® Do not mix reground and new inserts or inserts with a different
regrinding allowance on the same cutter.

® Carbide and SUMIDIA inserts must be arranged alternately.

® \When using a combination of SUMIDIA blades and inserts, ensure
proper balance by mounting the same type of cutting edges on
opposite sides of the cutter.




High-Speed Cutter for Alu

RF 40 N
e (o Top] [0 Tg] @

(SUMIDIA Insert) (Carbide Insert) Face Miing

RF4080R only
o 41
O
DCSFMS
101.6
Fig 1 DCSFMS Fig 2 ocp.
~ DCB 18
gog g 2
- [ R 1] = =
&1s a2 S 25
@]~ W o Y wQ
= 23
DC DC
DCX DCX |
BOdy Dimensions (mm)
Cat. No é Dia. Max. Dia. Boss Overall Length Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Number of Welght E
o » DC DCX DCSFMS LF DCB KWW KDP CBDP Teeth (kg) 9
RF 4080R ([ 80 82 60 50 25.4 9.5 6 30 6 0.7 1
4100R ([ 100 102 75 50 31.75 12.7 8 38 6 1.0 1
- 4125R [ J 125 127 75 63 38.1 15.9 10 38 8 1.6 1
Q 4160R ([ 160 162 100 63 50.8 19.1 11 38 10 2.6 1
- 4200R ( 200 202 130 63 47.625 25.4 14 42 12 3.6 2
4250R 250 252 130 63 47.625 25.4 14 42 16 6.0 2
4315R 315 317 240 80 47.625 25.4 14 42 18 11.0 2
Cartridges, blades and inserts are sold separately.
Use a flanged bolt to mount the cutter to the arbor.
|nsel"t/Cartl’idge Dimensions (mm)
Grade Classification CSZE.”JE" DLG | SUMDIA| SIMCRYSIL| 12 0 page hos e
- - - for details of SUMICRYSTAL. ig i9
ngh-speed/nght Cuttlng m ﬂm m m *When using large depth of cut (ap = 3mm or longer)
Process| General-purpose [NJRINI[N][N] with RF4080R, use the RFFH cartridge.
i (RFF i ible f I cutting.)
Roughlng m ? 9 g is possible for normal cutting oo s oo
S|8|Q| 8 Cartridges ~ |Cartridges (e, st e
Cat. No. T 12218 & [Fg Fig| 7 e = ®
3|5 @ Cat. No. Stock Siel 5 (} ;FL 31 (3\! WPL
SDET 1204ZDFR . . | - 3 RFR . 1 Fig6 Fig?
NF'SNEW 1204ADFR - - . A - 4 RFF . 2 12.75 12.75 .
120404ADFR-H| — |— |@|— 5 |RFF (Others) RFFH(RF4080R)| @ |2 22 T e na FY
1204ADFR-W | — |— |@|A| — |6 RFF o 2 O} F‘ O -
SNEW 1204ADFR-WS — |—|—|—| @ |7RFF ® |2 )
An "H" at the end of the part number indicates large depth of cut type, while "W" or "WS" indicates a wiper insert.
Parts
Cap Set Flat ! Flat
Cover Stopper Screw Screw Insert Screw Adjustment Insert Screw Wrench Wrench
Main Clamp Sub-clamp Cover Mounting
S -
. © @ — < @ N
yRE=1 & Qe I D ¢ e y
RFT
THO50
RFC RFS BX0620 10.0 |BTD 0510 3.0 FBUP2-A0-8 |[RFJ BFTX 0509N | 5.0 [THO025 TTX20
RFT z
Blades/Dummy Blades Setting Parts Internal Coolant Attachments =3
Cartridge design allows inserts For internal coolant supply, use an internal coolant holder or a g 3
RFB RFBW RFD to be attached outside the commercially available clamp bolt with coolant holes. g
machine with high precision. Typical examples are given in the table below. For specifications,
contact each manufacturer directly.
Cat. |SUMIDIA
Produot Name | (2" =200 Bty Cat.No.| Mol o [t ot s i A1z
RF 4080R — MBC-M12 | TMBA-M12 =~ —
SUMIDIA Blade | RFB [ ) RF 4100R = MBC-M16_| TMBA-M16 % =
SUMIDIA Wiper Blade | RFBW [ ] Si 31222 — mggmgg Img::mgg 74NN
RF 4200R RF-CLT - -
Dummy Blade | RFD Oste) REasson T REGT = =
Use dummy blades for unused ‘ ) Aras1SR | RRO — — Direction of Coolant
teeth to protect the body as well as Setting Gauge Clamp Jig Streams
maintaining balance. RF-SET RF-JIG

(Sold Separately/ (Sold Separately/

Standard Stock) Standard Stock)

Internal Coolant Holders Standard Clamp Bolt with Coolant

RF-CLT (Standard Stock) ~ Hole [Typical Example] MBC-M12 to
M24 (Sold Separately)

@ Recommended tightening torque (N-m) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) H241

*Dial gauge is not included.



Milling
Cutters

@ Ideal for small machines

M Features

The SRF type is ideal for aluminum alloy machining on
high-performance small machines.

Especially reliable on BT30 class small machines.

@ From roughing to finishing processes

Utilises SUMIDIA DA1000 inserts with effective cutting edge length of 5mm.

@ Economical NF type inserts:

NF type SUMIDIA inserts with tough DA1000 grade lower tooling costs.

@ High-speed cutting with SUMIDIA:

Maximum spindle speeds of up to n = 20,000min-?
(Please operate within the maximum allowable spindle speed of the machine and holder used)

*The maximum allowable spindle speeds are set to prevent the inserts from dislodging by centrifugal force.

@ Simple runout adjustment mechanism:

Simple direct insert mounting design with easy fine-adjustment for runout precision.

B Recommended Cutting Conditions
Si content of 12% or less

1ISO| Work Material

Cutting Speed vc (m/min)
Min. - Optimum - Max.

Feed Rate fz (mm/)
Min. - Optimum - Max.

Insert
Grade

Aluminum Alloy

2,000- 3,000 -4,000

0.05-0.13-0.20

DA1000

INP¥ - The above are the recommended conditions for SRF type overall. Use within the
maximum allowable spindle speed.

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

Si content of over 12%

. Cutting Speed vc (m/min) |  Feed Rate fz (mm/) Insert
| Work Material
SO| Work Materia Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Aluminum Alloy 400- 600 -800 0.05-0.13-0.20 DA1000

Non-Ferrous
Metals

H242

NP 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.




High-efficiency Cutter for

SRF seri
5Ty @

Rake

NovFemous Neta

Angle Axial 6°
Fig 1 Fig 2 Fig 3 Fig 4
8[ c:f/}i e §I 8 8 B> ’?J SRR %I% i %]E g =
B = 9 a a 6. g
40 ] cljsl=
100 26 [ [,l6l. (o3 R Q@
60 (Distance <1_3> (12)| 23
Vromcuu:g; 50
Body . H Product Range
S Dia. Boss | Number | Weight |_. © Dia. (mm)
Cat. No. 2| Dpc  |pCsFMs|ofTeeth| (kg) |9 = Cat. No. 30 | 220 | 020 | o83
SRF 30R-ST o 30 — 3 0.34 |1
40R-ST ® 40 - 4 050 |1 SRF 30R(-ST) (3)
SRF 30R-BT30 |®| 30 — 3 057 |2 SRF 40R(-ST) (4]
< 40R-BT30 |@® 40 = 4 0.72 |2
2| SRF 30R ® 30 50.0 3 027 |3 = SRF 30R-BT30 (3]
40R ® 40 | 500 4 035 |3 SRF 40R-BT30 (4)
50R ® 50 46.5 5 059 |4 SRF 50R [5)

Inserts are sold separately.

Number in @ shows the number of teeth Inch Bore
@ For mounting the cutters marked with * to an arbor, use a hex socket bolt (JIS B1176) M12 x 30 to 35mm.
Insert Dimensions (mm)
Grade Classification SUMIDIA
Fig1 . 9525 Fig 2 9.555 ]
High-speed/Light Cutting | [ | [J N Lo/ ° o
Process| General-purpose | 0 | [0 < R100 (4 K
Roughing DO Ot O er=m=»
Cat. No. 2 § Cutting Edge Shape  |[Fig Fig 3 <&2:> RO.5 (s?riz \’ﬁfr‘"’A") 3.962
a a =¥ \ I
NF-SNEW 09T3ADTR | ® | A | Standard 1 7 & [
09T3ADTR-U| ® | A |Wiper Flat 2 N
09T3ADTR-R| ® | A |Corner Radius 3 —

@ Standard inserts and wiper inserts can be used on the same cutter body.

@ Standard inserts with corner radius should be used where chatter is present.
These cannot be used with wiper inserts.

@ Inserts can be reground 3 times
(up to minimum IC diameter of 9.225mm),
but the cutting edge height changes by the

(22)

I
15

reground amount.

@ Do not mix new and reground inserts or
inserts with different regrind amounts
on the same cutter.

@ When using reground inserts, it is advisable to
re-confirm cutting edge position with a tool
pre-setter.

@ Arbor for SRF30R, SRF40R

&
(4 hales equi-spaced on PCD
4M5:08cegh

When using SRF30R and SRF40R cutters,

the arbor needs to be modified as shown above.

(1. Reduce part of the arbor's adapter shaft length from 225.4 to 915. 2. Add 4
tap holes for (M5) mounting bolts.) Use hex socket bolts M5 x 20mm for securing
the body.

Parts

Adjustment
Flat Insert Screw | AdusimentScew|  Wrench g Screw SRFY
THO15 = Ss‘l’:l)sfunezmw -
»
D ) (
& e
TTX15W
BFTX0409N | 4.0 |SRFJ 1T'|r-|>?1155w

N-m Recommended tightening torque (N-m) A mark:

Recommended Cutting Conditions 1€ H242

Maximum Depth of Cut (SRF50R, 5-Tooth)

The table below contains guidelines on the maximum depth of cut,

determined

application range. Actual cutting conditions should be set based on

from internal tests. 'O' marks indicate the possible

the actual machine and workpiece characteristics.

Feed Feed Rate (vf) (mm/min)
5 Rate 2500 | 4000 [ 5,000
epth
of Cut ap Feed Rate Per Tooth fz (mm/t)
(mm) 0.05 0.08 0.10

0.5 O O O
1.0 O O O =
1.5 O O O £3
2.0 o o o 23
2.5 O O O H
3.0 O O O
85 O O —
4.0 O —
4.5 O —
5.0 O — —

Cutting Conditions

Cutter : SRF50R

Insert : NF-SNEW 09T3ADTR (DA1000)

n = 10,000min™

Arbor : BT30 FMA25.4-45

Workpiece : A-5052

Width : Maximum depth of cut at 35mm

To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

H243



B Features

@ Ideal for Roughing to Finishing of Non-ferrous Metals
such as Aluminum Alloy

@ Excellent Adhesion Resistance
Top rake face of the insert has a lapped finish
AURORA (DLC) Coat grade - DL1000,

Features

Coating with an extremely
low coefficient of friction and

excellent resistance to aluminum
adhesion, provides stable
cutting edge sharpness and chip
evacuation. In combination with

a dedicated carbide substrate
for non-ferrous metals, wear
resistance is further improved.

Medium Cutting

Rough to Heavy Cutting

B Ramping/Helical Milling Upper Limit and Allowable Maximum Spindle Speed

o
=N for improved adhesion resistance also available
e~ .
=3 @ Safety Design
Prevents dislodging of inserts caused by centrifugal force
@ Coolant Compatible
Coolant holes are a standard feature for the whole series
M Product Range
g Cat. No Dia. (mm) M Grade Features
= T @20 232 | 240 | 850 | 263 | 280 |2100 | @125 - —
Work Material | Grade | Coating Thickness um)
WAX 3000-3.2 [4JK5)
WAX 3000-3.2 ] 0 0 0
WAX 3000-4.0 [ 3K 4)
WAX 3000-4.0 (] 0 0 0 N
WAX 4000-3.2 [2JK3] DL1000| 05
WAX 4000-3.2 (=] O 6 06
WAX 4000-4.0 (23K(3] |
WAX 4000-4.0 (=] 0O 6 06
WAX 3000E-3.2 O 0 6 6
WAX 3000EL-3.2 O 06 6 B Grade Application Range
WAX 3000E-4.0 0O 0 06 6 Work Material| | Finishing to Light Cutting
WAX 3000EL-4.0 O 6 6 N g
o | S
WAX 4000E-3.2 I i A DL1000
WAX 4000EL-3.2 QO 0 6 =
WAX 4000E-4.0 O 0 6
WAX 4000EL-4.0 O O 6
Number in @® shows the number of teeth Inch Bore
H Suitable for Various Applications
I Pocket Expansion Helical Milling Groove Milling Shoulder Milling Ramping

Ramping L _ ap Helical Milling
| “nAvex ™"
I—I %f
) @) — %
2 ® A
£ RMPX ap PN
- v
w2 7 867777 7
2 Machining diameter
i Ramping Helical Milling Maximum Allowable Spindle Speed
%‘é‘ WAX3000 type \ WAX4000 type WAX3000 type WAX4000 type WAX3000 type WAX4000 type
(mm) Max. Ramping Angle Min. Machining Dia.| Max. Bore Dia. | Min. Machining Dia.| Max. Bore Dia. n max \e n max Ve
RMPX () (mm) (mm) (mm) (mm) (min™) (m/min) (min™) (m/min)
20 28 - 22 33 - - 14,000 880 - -
25 17 26 29 43 27 43 29,000 2,200 11,000 860
32 12 18.5 43 57 38 57 25,000 2,500 9,000 900
40 9 13 59 73 54 73 23,000 2,900 20,000 2,500
50 7 9.5 79 93 74 93 20,000 3,100 18,000 2,800
63 5 7 105 119 100 119 18,000 3,500 16,000 3,100
80 3 5 139 153 134 153 16,000 4,000 14,000 3,500
100 3 4 179 193 174 193 14,000 4,400 12,000 3,700
125 2 3 229 243 224 243 13,000 5,100 11,000 4,300

*Maximum ramping angle (RMPX) depends on cutter diameter DC (mm). Minimum milling distance (L) for any depth of cut can be calculated by the equation above.
*The maximum allowable spindle speeds are set to prevent the inserts from dislodging by centrifugal force.

H244




SEC-WaveMill

WAX

EION Radial | 6 |

Angle Axial | 19°to 25°

I161018mm|9°° ‘

Face Milling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Helical Millng

within the maximum allowable spindle speed.

- 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.

- For groove milling, adjust the feed rate to around 70% of the above values.

Fig 1 _ DCSFMS _ Fig 2 _DCSFMS_
o DCB & DCB
Xy KW Sy |
%I i g
3 & Y/ o=
4 4 ==
Q>
0
22| 122
D1 D1
DC DC
Body (Shell Type for RE = 3.2 and below) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Weight Ei
T ) DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
©o| WAX 3050-3.2 (@ 50 42 50 22 10.4 6.3 21 18 11 4 0.34 1
© 3063-3.2 (@ 63 42 50 22 10.4 6.3 21 18 11 5) 0.6 2
=
- WAX 3080-3.2 (@ 80 57 50 25.4 €5 6 25 26 14 5) 1.0 1
e 3100-3.2 |@® 100 67 63 31.75 12.7 8 32 28 17 6 2.2 1
— 3125-3.2 (@] 125 87 63 38.1 15.9 10 35 30 21 7 3.5 1
Body (Shell Type for RE = 4.0 and above) Dimensions (mm)
Cat. No é Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number We|ght Ei
T ) DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
©o| WAX 3050-4.0 | @ 50 42 50 22 10.4 6.3 21 18 11 4 0.34 1
@ 3063-4.0 @ 63 42 50 22 10.4 6.3 21 18 11 4 0.6 2
=
< | WAX 3080-4.0 ([ 80 57 50 25.4 oI5 6 25 26 14 5) 1.0 1
e 3100-4.0 | @ 100 67 63 31.75 12.7 8 32 28 17 6 2.2 1
_ 3125-4.0 (@ 125 87 63 38.1 15.9 10 85 30 21 7 85 1
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification | Cemented Catide | DLC
High-speed/Light Cutting | Y] [N]
Process| General-purpose [N] Fig 1
Roughing
§ Max. Depth of Cut Wiper Corner Radius ,E
Cat. No. T g APMX | BS RE Fig
AECT 160404PEFRA [ J [ J 18 1.4 04 |1 » ' ' )Y
160408PEFRA ([ [ 18 1.0 0.8 |1 0y *20
160412PEFRA [ [ J 18 0.6 1.2 |1 p 5
160416PEFRA | ® | ® | 175 | 05 | 16 |1 8y A
160420PEFRA [ J ® | 175 | 05 2.0 |1
160430PEFRA ([ [ 17 0.7 3.0 |1
160432PEFRA [ [ J 17 0.5 3.2 |1
AECT 160440PEFRA ([ ® | 165 | 05 40 |1
160450PEFRA [ J [ J 16 0.4 50 |1
Inserts with a corner radius of RE = 4.0 or greater are for use with bodies that have a "-4.0" part number suffix. g
=3
Parts Recommended Cutting Conditions gd
T » A
Flat Insert Screw | Wrench | s G 150! Work Material Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert g
\\\\\\\\ 6 ‘ﬂ % Min. - Optimum - Max. | Min. - Optimum - Max. Grade
S m | B
% -'/ Aluminum Alloy| 600-900-1,200 | 0.05-0.15-0.25 DL?E)OO
BFTX0408 3.0 [TRD15 [SUMI-P - The above are the recommended conditions for WAX3000 type overall. Use

N-m Recommended Tightening Torque (N-m) H245



CEON Radial | 6° | {46,18um] nne
| Axial | 19° to 25° 90

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Helical Miling

Fig 1
=
[7) Q s
£5 ° =
H—r—
=5 LH
20 LF
m Body (Shank Type for RE = 3.2 and below) Dimensions (mm)
S Dia. Shank Overall Length Head Weight .
Cat. No. c% DC DMM LE LH Number of Teeth (kg) Fig
WAX 3020E -3.2 o 20 20 130 60 1 0.25 1
3025E -3.2 ([ J 25 25 140 60 2 0.42 1
3025EL-3.2 [ J 25 25 200 60 2 0.63 1
3032E -3.2 ([ J 32 32 150 70 2 0.75 1
3032EL-3.2 o 32 32 220 70 2 1.2 1
3040E -3.2 o 40 32 160 70 3 1.0 1
3040EL-3.2 (] 40 32 220 70 3 1.4 1
Inserts are sold separately.
I BOdy (Shank Type for RE = 4.0 and above) Dimensions (mm)
S Dia. Shank Overall Length Head Welght 9
Cat. No. 2 DC DMM LF LH Number of Teeth (ka) Fig
WAX 3020E -4.0 ([ 20 20 130 60 1 0.25 1
3025E -4.0 o 25 25 140 60 2 0.42 1
3025EL-4.0 [ ] 25 25 200 60 2 0.63 1
3032E -4.0 ([ J 32 32 150 70 2 0.75 1
3032EL-4.0 o 32 32 220 70 2 1.2 1
3040E -4.0 () 40 32 160 70 3 1.0 1
3040EL-4.0 (] 40 32 220 70 3 1.4 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification |Cemented Catide| DLC
[ High-speed/Light Cutting]| [0 | [0
Process| General-purpose [N] .
| Roughing Fig 1
8
— © | Max. Depth of Cut Wiper Corner Radius | -
Cat. No. T g APMX | BS RE Fig
AECT 160404PEFRA [ ] ([ 18 1.4 04 |1
160408PEFRA | @ () 18 1.0 0.8 |1
160412PEFRA [ ([ 18 0.6 1.2 |1
160416PEFRA [ J @® | 175 0.5 16 |1
160420PEFRA [ ] ® | 175 0.5 20 |1
160430PEFRA [ ([ J 17 0.7 3.0 |1
160432PEFRA [ ] [ 17 0.5 3.2 |1
2] AECT 160440PEFRA [ ® | 165 0.5 40 |1
[ 160450PEFRA [ ] [ 16 0.4 50 |1
2 g Inserts with a corner radius of RE = 4.0 or greater are for use with bodies that have a "-4.0" part number suffix.
c=
2 Parts Recommended Cutting Conditions
Flat Insert Screw | Wrench |AtsizeGean . | Cutting Speed vc (m/min) | Feed Rate fz (mm/) Insert
i ) ISO| Work Material | T ) g )
Applicable Cutter \\\\\ ﬂ Min. - Optimum - Max. | Min. - Optimum - Max. Grade
Y €| i
¢ Aluminum Alloy| 600-900-1,200 | 0.05-0.15-0.25 DL1000
WAX3020E type BFTX0407K 3.0 TRD15 |SUMI-P - The above are the recommended conditions for WAX3000 type overall. Use
Other than above BFTX0408 ) Note within the maximum allowable spindle speed. P '

- 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.

- For groove milling, adjust the feed rate to around 70% of the above values.

H246 @ Recommended Tightening Torque (N-m)



SEC-WaveMill

WAX

EION Radial | 6 |

Angle Axial | 19°to 25°

Izzmz4mm|9°o ‘

Face Milling ~ ShouderMilng ~ Groove Miling ~ Ramping ~ Profiling  Helical Millng

Fig 1 _ DCSFMS _ Fig 2 _DCSFMS_ Fig 3 __ DCSFMS
o DCB o DCB DCB
[a) - o - e o - -
4 KWW >4 KWW o KWW
_ e | X‘ =
g 2 ;
3 5 Y al o=
w w Jas] " e
4 3 o‘ Y T 5
aQ
(]
D2 pA l/ D1
D1 D1 DC
DC DC
Body (Shell Type for RE = 3.2 and below) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number Welght E
o b DC DCSFMS LF DCB KWW KDP CBDP D1 D2 of Teeth (kg) 9
©| WAX 4050-3.2 | @ 50 42 50 16 8.4 5.6 18 14 9 2 0.37 |1
© 4063-3.2 | @ 63 49 50 22 10.4 6.3 21 18 11 3 054 |2
=
- WAX 4080-3.2 (@ 80 57 50 25.4 95 6 25 26 14 4 0.81 1
e 4100-3.2 | @ 100 67 63 31.75 12.7 8 32 28 17 5 1.7 1
- 4125-3.2 | @ 125 87 63 38.1 15.9 10 43 52 — 6 2.6 8
Inserts are sold separately.
BOdy (SheII Type for RE = 4.0 and above) Dimensions (mm)
Cat. No § Dia. Boss Height Hole Dia. | Keyway Width | Keyway Depth | Mounting Depth Bolt Bolt Number | Weight Fi
e &»| DC |DCSFMS| LF DCB Kww KDP | CBDP D1 D2 |ofTeeth | (ko) |9
L WAX 4050-4.0 @ 50 42 50 16 8.4 5.6 18 14 9 2 0.38 |1
© 4063-4.0 © 63 49 50 22 104 6.3 21 18 11 S 054 |2
=
= WAX 4080-4.0 (@ 80 57 50 25.4 9.5 6 25 26 14 4 0.81 1
Q 4100-4.0 | ® 100 67 63 31.75 12.7 8 32 28 17 5 1.7 1
- 4125-4.0 | @ 125 87 63 38.1 15.9 10 43 52 — 6 2.8 S
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Insert Dimensions (mm)
Grade Classification | Cemented Catice | DLC
High-speed/Light Cutting |  [X] [N]
Process | General-purpose o
Roughing Fig 1
=
— o Max. Depth of Cut Wiper Corner Radius | .
Cat. No. T g APMX | BS RE Fig
AECT 220604PEFRA [ ([ 24 1.5 04 |1
220608PEFRA [ J o 24 1.2 0.8 |1 )VZO"
220612PEFRA [ J ([ J 24 0.8 1.2 |1 i
220616PEFRA [ [ J 24 0.4 16 |1 6.35
220620PEFRA o [ 24 0.5 20 |1
220630PEFRA [ J [ J 23 0.6 3.0 |1
220632PEFRA [ J [ J 23 0.4 32 |1
AECT 220640PEFRA [ J [ J 22 1.2 4.0 |1
220650PEFRA [ J () 22 0.4 50 |1 =
Inserts with a corner radius of RE = 4.0 or greater are for use with bodies that have a "-4.0" part number suffix. = 2
P - " 8¢
arts Recommended Cutting Conditions @3
" =
Flat Insert Screw | Wrench |Ani-sezue Cream Cutting Speed vo (mmin) | Feed Rate & (mmt) Insert @

ISO| Work Material
\\\\ /7 Min. - Optimum - Max. | Min. - Optimum - Max. Grade
%\\\\\ CN'm _,/ﬁ‘? i

Aluminum Alloy| 600-900-1,200 | 0.05-0.15-0.25 DL1000
BFTX0511N 5.0 [TRD20 |SUMI-P

- The above are the recommended conditions for WAX4000 type overall. Use
within the maximum allowable spindle speed.

- 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.

- For groove milling, adjust the feed rate to around 70% of the above values.

Note

N-m Recommended Tightening Torque (N-m) H247



CEON Radial | 6 | fg99.94 T
| Axial | 19° to 25° 90

Face Miling ~ ShouderMilng ~ Groove Miling ~ Ramping  Profiling  Helical Miling

Fig 1
=
(2] (6] s
25 e s
§ b= LH e
=3 LF
m BOdy (RE =3.20r IeSS) Dimensions (mm)
S Dia. Shank Head Overall Length Weight )
Cat. No. 693 DC DMM LH LF Number of Teeth (kg) Fig
WAX 4025E -3.2 [ J 25 25 60 140 1 0.41 1
4025EL-3.2 [ J 25 25 60 200 1 0.63 1
4032E -3.2 [ 32 32 70 150 1 0.72 1
4032EL-3.2 [ 32 32 70 220 1 1.2 1
4040E -3.2 [ J 40 32 70 160 2 0.88 1
4040EL-3.2 [ 40 32 70 220 2 1.2 1
BOdy (RE =4.0o0r more) Dimensions (mm)
S Dia. Shank Head Overall Length Weight )
Cat. No. ag) DC DMM LH LF Number of Teeth (kg) Fig
WAX 4025E -4.0 [ J 25 25 60 140 1 0.41 1
4025EL-4.0 [ J 25 25 60 200 1 0.63 1
4032E -4.0 [ J 32 32 70 150 1 0.72 1
4032EL-4.0 [ 32 32 70 220 1 1.2 1
4040E -4.0 [ J 40 32 70 160 2 0.88 1
4040EL-4.0 [ 40 32 70 220 2 1.2 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification |Cemented Catice| DLC
High-speed/Light Cutting | [X] [N]
Process| General-purpose [N] _
Roughing Fig 1
]
~— © | Max. Depth of Cut Wiper | Corner Radius | .
Cat. No. T g APMX | BS RE Fig
AECT 220604PEFRA [ ] ([ 24 1.5 04 |1
220608PEFRA| @ ® 24 1.2 0.8 |1
220612PEFRA [ ] ([ 24 0.8 1.2 |1
220616PEFRA| © () 24 0.4 16 |1
220620PEFRA [ ] o 24 0.5 20 |1
220630PEFRA| © ([ 23 0.6 3.0 |1
220632PEFRA [ ] [ 23 0.4 32 |1
AECT 220640PEFRA | @ () 22 1.2 40 |1
220650PEFRA| @ ® | 22 0.4 50 |1
Inserts with a corner radius of RE = 4.0 or greater are for use with bodies that have a "-4.0" part number suffix.
(72}
>
% » Parts Recommended Cutting Conditions
u&- % il s Sioiony [Whepely diksiibii 1S0| Work Material Cutting Speed vc (m/min) | Feed Rate fz (mm/t) Insert
2 Applicable Cutter \\\\\\\\\ @ N‘/? % Min. - Optimum - Max. | Min. - Optimum - Max. Grade
'm e
% ~'/ Aluminum Alloy| 600-900-1,200 | 0.05-0.15-0.25 DL:T)OO
WAXAQ25EJEL type, WAXAOS2E/E type. [BFTX0509N 5.0 [TRD20 [SUMI-P - The above are the recommended conditions for WAX4000 type overall. Use
WAX4040E/EL type BFTX0511N ) Note within the maximum allowable spindle speed. P ’

- 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.

- For groove milling, adjust the feed rate to around 70% of the above values.

H248 @ Recommended Tightening Torque (N-m)



SUMIBORON BN Finish Mi

Rake Radial
I Axial I 0.5 45° ‘
Face Milling
Fig 1 03017 Fig 2 Fig 3 Fig 4 Fig 5
- DCSFMS, DCSFMS s DCSEMS
T | o DeB o _ DCB 323051'6 | —ems
Q[ £ [rmw arww| e 8@ o
8 & el g e M = i =
r : 8 | & %I =) g;;I F=
o= © 5 8 5 3 23
w ol AR 22\ X pum o 5| e9
013 L bC ‘T —_— 0o L v 026 032 4
= o 2 220 e = _‘Ti
- _bex DCX DCX DCX :
BOdy Dimensions (mm)
Cat. No § Dia. Max. Dia. Boss Overall Length Hole Dia. Keyway Width | Keyway Depth | Mounting Depth [Number of| Weight Fi
T b DC DCX DCSFMS LF DCB KWW KDP CBDP Teeth (kg) 9
FMU 4040ER o 37.2 40 — 63 — — _ — 2 1.0 1
4050ER ([ J 47.2 50 — 63 — — — — 3 1.2 1
4063ER [ J 60.2 63 60 63 25.4 9.5 6 25 4 1.0 2
FMU 4080R ([ J 80 82.8 60 63 25.4 9.5 6 25 6 1.7 2
5 4100R ® 100 102.8 76 63 31.75 12.7 8 38 8 25 3
£ 4125R ® 125 127.8 75 63 38.1 15.9 10 38 10 3.9 S
4160R ® 160 162.8 100 63 50.8 19.1 11 38 12 6.3 3
4200R ® 200 202.8 130 63 47.625 25.4 14 40 16 9.3 4
4250R 250 252.8 130 63 47.625 25.4 14 40 20 14.5 4
4315R 315 317.8 240 80 47.625 25.4 14 40 24 25.0 5
Inserts are sold separately.
Note: The values in red have been changed from the 2021-2022 General Catalogue.
Max. Depth of Cut Structure
Set Screw
Approach Angle :0° tg
Axial Rake Angle : +8° —J_ E —
Radial Rake Angle : +2° 3 ~Q
§ Insert ‘§(
- = 7
5 0 W
i £ G |
2 N —={0
DC é Button Head Screw _%l{z'
DCX = ) emp
Stopper Double Screw
Insert Dimensions (mm)
Grade Classification SUMIBORON
High-speed/Light Cutting (K] 3 (K] ] . 8
Process | General-purpose [K] [K] [K] Fig 1 g Fig2 Q?
Roughing 2
@7 S = & .
=) - oS
Cat. No. § § = Fig 9 4\ ® O = (o L 15°
] o @ 12.70 12.70 318
SNEW1203ADTR O (] A 1 R
1203ADTR-S O [ J A 2
-S denotes a low-thrust insert.
Cartridges Setting Gauge
Cartridges| Flat Insert Screw | AdustmentBot| O-ring | Wrench | Wrench
S 2\ | 7
Y | & AN | < Eg
(ForF st Scren) 3; @
FMUU(E) [BFTX0509N 5.0 FMUJ |P3 TTX20 [THO15 § §
* FMU4040ER/4050ER/4063ER use FMUUE type cartridges. FMU-SET (Sold Separately) Q"

* FMUU/FMUUE are pre-assembled with flat screws and adjustment screws (with

O-rings attached).

*Dial gauge is not included.

Parts Recommended Cutting Conditions
Bolt | SetScrew | Stopper |Double Screw| Wrench | Wrench | Wrench (Radil) |Antiseizure Cream <o Work Hardnese Cutting Speed vo (mmir) | Feed Rate & (mmt) -
@ \\\\\ % Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
\\&&' § @\\\ % Grey Castlron| 250HB | 800-1,400-2,000| 0.10-0.20-0.30 |BN7125(Dry)
(For Gartrdges) | (For Set Screws) | (For Stoppers) N The cutting conditions above are a guide. Actual conditions will need to be adjusted
BHO0620 | BTD0609 FMUE |WB5-10 [TH040 |LHO030 [LHO025 [SUMI-P according to machine rigidity, work clamp rigidity, depth of cut and other factors.

*FMU4040ER, 4050ER and 4063ER use BH0615 bolts.

(N-m, Recommended Tightening Torque (N-m) O mark: Stock or planned stock (please confirm stock availability) A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability)

H249
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Face Milling

Fig 1 Fig 2
DCSFMS DCSFMS
o DCB, ~ g DCB
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[7) o
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= o Ll @
=+ g © o
=} |
20 |
213/ kel
020 DC DC

Fig 3 Fig 4
DCSFMS DCSFMS
2101.6 0177.8
& DCB. 518 01016 |
<y KWW S, KWW 1218 222
o * I
0 i o 8t 8
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High-speed Finishing for Cast Iron

@ Specially designed cutting edge shape combined with SUMIBORON grade for cast iron machining, realising
high-speed milling of gray cast iron.

H250

BOdy Dimensions (mm)
Cat. No Stock Dia. Max. Dia. Boss Height Hole Dia. Keyway Width | Keyway Depth |Mounting Depth Number Welght Fi
T R|L DC DCX | DCSFMS LF DCB KWW KDP CBDP | of Teeth (kg) 9
FM 5080 R/L ([ J 80 82.8 60 50 25.4 9.5 6 25 6 1.6 1
5100 R/L ([ J 100 102.8 75 50 31.75 12.7 8 32 8 2.4 2
5125 R/L (] 125 127.8 75 63 38.1 15.9 10 38 10 3.4 2
5160 R/L ([ J 160 162.8 100 63 50.8 19.1 11 38 12 5.6 2
5200 R/L 200 202.8 130 63 47.625 25.4 14 40 16 8.3 3
5 5250 R/L 250 252.8 130 63 47.625 25.4 14 40 20 14.3 B
£ 5315 R/L 315 317.8 240 80 47.625 25.4 14 40 24 27.8 4
FMF 5125 R/L 125 127.8 75 63 38.1 15.9 10 38 12 3.4 2
5160 R/L 160 162.8 100 63 50.8 19.1 11 38 16 5.6 2
5200 R/L 200 202.8 130 63 47.625 25.4 14 40 20 8.3 3
5250 R/L 250 252.8 130 63 47.625 25.4 14 40 24 14.3 3
5315 R/L 315 317.8 240 80 47.625 25.4 14 40 28 27.8 4
Inserts are sold separately.
Body Structure
Approach Angle :0°
Axial Rake Angle : +8° ] Double ﬁ C'f,:;gn
Screw, Q
Radial Rake Angle : +2° Clamp Plate
Double Screw
— c c, 'f, Insert
f3 LV Z9N\
be g /ﬁ
DCX ©
I Insert Dimensions (mm)
Grade Classification SUMIBORON . .
High-speed/Light Cutting [K] K] [K] Fig 1 §‘ Fig 2 150
Process| General-purpose [K] [K] [K] s — \72“)
Roughing 45°%5 LX P
I 45% %0
o &P BN7125 | BN7000 BN700 | DA < 0 o
-0 Cat. No. R L R C R C Fig : ]
o3 % a
= ® | SNEN 1504ADT R/L O [ ] A 1 15.875 15.875
35, 1504ADTR/L-S | O [ A 2
SF=
T
Parts
Insert Clamp Piate |Adjustment Clamp) Adiustment Screw | Doudle Screw | Wrench | Wrench
Applicable =" C
Cutter &
[%ﬁ ir §§§ §§'/“ /?
FM5080R/L — FMJ 1.8 x 45
FM5100R/L|FMW EME B WB7F-20TL | TT25 B
FM5315R/L

A mark: To be replaced by a new product, made to order, or discontinued (please confirm stock availability) O mark: Stock or planned stock (please confirm stock availability)
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For High-speed, High-efficiency Milling of Cast Iron

@ High-efficiency Milling of Gray Cast Iron
- Utilises Solid SUMIBORON for high-speed cutting of vc = 1,500m/min
- High speed roughing with depth of cut up to 3.0mm

- Wiper insert for high-speed finishing
@ Low Cost

- Economical double-sided insert with 8 usable corners

- Insert can be reground and used again

@ Simple Runout Adjustment Mechanism

- Simple design for direct insert mounting

- Easy yet precise runout precision adjustment

BOdy Dimensions (mm)
Cat. No _E‘OJ Dia. External Dia. Boss Height Hole Dia.  [Keyway Width| Keyway Depth | Mounting Depth Bolt Number g ’:f]zﬁmsurged Welght Ei
- o & bC BD |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 |ofTeeth|™ [min_g’ kg |19
RM 3080R 80 90 60 50 25.4 9.5 6 25 — 6 9,000 1.6 1
5| RM 3100R 100 110 70 50 31.75 12.7 8 32 46 8 8,000 2.1 2
£ 3125R 125 135 80 63 38.1 15.9 10 38 59 10 7,000 3.9 2
3160R 160 170 100 63 50.8 19.1 11 38 80 12 6,000 5.9 2
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification SUMIBORON
High-speed/Light Cutting (K] (K] Fig 1 Fig 2
Process| General-purpose [K] [K] 0595 318 0525 18
Roughing K] (K] ‘ ‘ ‘H‘ 4;—>' RO.8 r‘
& = ) S S
Cat. No. 3 8 Fig / \ i ’(f \ ©
= = [r) [te}
o om o o
SNGN 090308 [ [ 1 \ / ] & Z
090312 [ [ 1
SNEN 090308W [ [ 2

Wrench
TTX20 (For Clamp Plate)
THO15 (For Adjustment)
THO020 (For Adjustment)

Insert

G
Shim 4 A
RMS @
®_

Shim Screw
BFTX0307N

Double Screw

- A\ Precautions for Use

- Do not use inserts with different catalogue numbers,
such as a mix of standard and wiper inserts, on a single cutter

setting.

- New and reground inserts cannot be mixed for use.
Use either only new inserts or only reground inserts.
- Inserts can only be reground once (inscribed circle dimension

must be at least 9.125mm).

WB6-16T Clamp Plate
RMW
Parts
. " Clamp|Double/|, . Wrench Wrench Wrench
il Sl Seise Plate | Screw e JE (For Clamp Piate)| (For Acjustment)|(For Adjustment)

e o

V4

RMS  |BFTX0307N| 2.0 RMW |WB6-16T [SRFJ [TTX20 |THO15

THO020

For hardened steel machining, use the SEC-ACE MILL DNF type.
Body: 1€ H47 Insert: 1€°L118

Recommended Cutting Conditions

SO Work Hardness Cutting Speed vc (m/min) |  Feed Rate fz (mm/t) Insert
Material Min. - Optimum - Max. | Min. - Optimum - Max. | Grades
Gray Cast
ray~as 250HB 800-1,150-1,500| 0.05-0.13-0.20 BNS8125
Iron (Dry)

Note

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.

N-m Recommended Tightening Torque (N-m)

sJ9131n)
Bunpn

paads-ybiH
‘uod| 3se)

H251








