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Low cutting resistance and Low vibration machining has been achieved with High rake edge design + High rigidity bodl
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"ACP200" for steel machining and "ACK300" for cast iron machining are expanded.
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The SEC-Wave Radius Mill RSX Series enables stable machining even when using
equipment with low clamp rigidity thanks to its body design achieving excellent cutting
performance and rigidity.

In addition to the ACM Series for stainless steel and exotic alloys, we have added the
ACP200 grade for steel machining and the ACK300 grade for cast iron machining,
enabling stable machining in a wide range of applications.

Handle an even wider range of milling needs with the RSX08000 and RSX20000 types!
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Low cutting resistance and Low vibration machining has been achieved with Ease of corner control has been achieved with the adoption of a unique positioning
Super High rake edge design + High rigidity body mechanism that is highly precise and highly operable.
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Highly durable body employs

R-shaped pocket

Insert sizes of 12,16 and 20mm use a maximum of 8 cormners and a chip size of 8 and 10mm uses a maximum of 4 corners.

o :J U _x‘*ﬁlﬁ Series

A 9’-‘y7 il N (mm) External Diameter
Type Eﬂg?}e Gat. No, 220 | 925 | 932 | 040 | @50 | ©52 | @63 | 66 | @80 | 2100 | @125 | 2160
ST ILIAT 10| RSX 10000 RS ° ) °
stndard | 16| RSX 16000 RS/R ° ® ® ®
20 | RSX 20000 RS/R @ ® ® ® ®
10| RSXF 10000 RS ° ® °®
%% |12 | RSXF 12000 RS/R ° ° ° ) ° ® ®
FiePicn| 16| RSXF 16000 RS/R ° ® ® ® o)
20 SX| zoooo:sn% ® ® ® ®
: . RSX 08000 ES ) °
ek xa;p?’rj SR o Rek 10000ES o e
olane 12 | RSX 12000 ES °
25 8 | RSXFOB000ES &P | © °
(=22 1710 | RSXF 10000 ES ° ®
“'| 12| RSXF 12000 ES - °
o5 s 8 | RSX08000M @ ) °
SEATTTTT | B o ° el
23 | |RSXFOB000M 4P| @ | @ | e
220 17710 | RSXF 10000 M ° °
{2 | RSXF 12000 M ° °
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@ mark: Only metric models are in stock, @ mark: Both metric and inch models are in stock, O mark: Both metric and inch models are manufactured by order, Blank: Not manufactured



o tﬂﬁ“'&ﬁg Cutting Performance

%ﬁtbﬁ(mﬁ’ﬂ;ﬁ'li) Tool Life Comparison (Fracture Resistance)

tﬂﬁu;&?ﬁthiﬁ Cutting Resistance Comparison
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Sutting €
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Suppresse the vibration amplitude in machining by
approximately 15% as compared to competitors’.
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8,=2.0mm, 8,=10.0mm Wet
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Expansion “ACP200” for steel machining and “ACK300” for cast iron Gy New Super ZX Coat ‘Jj E’;{I:F‘;EJHD,EFFEOO Cr ‘Jj%%ﬁ
rﬂnach\/rw\q enable mach\”rwwg of various kinds of work material such as steel, 450 f-;‘L_L Q(j_h . 1-LF;EDDJ:|: FIL/{_]:@EJ EﬁEX)}DID‘
cast iron and exotic alloy g
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£ ACM300 ¥ ACM200 S /
=74V TREDFEL, BRRAHEE
ACK300 it e e SN e
L s 12 2=F4 YT BOBBEIICED, RS
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SEC-9x—7S5 I 7 A=) sec-Wave RadiusMill RSX(F)10000RS

RSX(F)10000RS
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Milling for Steel, stainless steel, cast iron and exotic allo

5mm /

Rake Angl §m E |T:]

oDy

. $1$ Body (RSX.I OOOORS) Em§W7A=1 Omm’;"'fj Insert: A=10mm Series

(10000RS)

TS T E N & (Mm) bimensions K B=
Cat. No Stock QDC QDb Lf od a b ﬁ Qd1 Gdg No. of Teeth \/\g%)m
'{U RSX 10040RS [ 40 34 40 16 8.4 5.6 18 14 9 4 0.2
Ujg 10050RS ([ 50 40 40 22 10.4 6.3 20 18 11 o) 0.3
= 10052RS [ 52 40 40 22 10.4 6.3 20 18 11 5 0.4
. $1$ Body (qu)(F-I OOOORS) ‘55773\]9/{7 Fine Pitch Type‘ iEFFH"‘y =7 A=1 Omm@»fj’ Insert: A=10mm Series
# | RSXF 10040RS ® 40 34 40 16 84 | 56 18 14 9 5 0.2
Us 10050RS ° 50 40 40 22 104 | 6.3 20 18 11 6 0.3
Z 10052RS o 52 40 40 22 10.4 6.3 20 18 11 6 0.3
FEICT v TIFEFAATHDE A DY FEERT DR, REERMITUA X (od) ZTHIRIEEL,
Inserts are not included. Check the collet attachment size (ed) when selecting the cutter
. T \y 7 Inserts Bﬂﬂ Steel @ Xj__\/ UXﬁm Stainless Steel m %ﬁ% Cast Iron B %ﬁ‘ﬁj Exotic Alloy
MiEnia I—F47
Grade Coated Carbide
\ BEETE 4
]%ECEE]} /ﬂ;ﬁﬁtﬂﬁu General Purpose % % % é‘(
*ﬂtﬂﬁu Roughing m %
@@ T_ﬁﬁ 5+0.025
pil] § § S| g | g | Dimensions SRRREAAR
SRR —7
RDET 10T3MOEN-G ® ® e e e 10 397
10T3MOEN-H |® (@@ @ @ 10 397 <o Hhee

. ﬂﬁ@ﬂ?()"‘ﬁ Identification Details

RSX F

10 040

®
S SR FuTHLZ hy5E
. 1I:I:IBI:IEII:I Parts
Z)\F Y BEIBALER
Wrench Screw Anti-seizure cream
TRDR15IP |BFTX03584IP 3.0
Nmy HEEER (55 )LD (N'm)

Recommended tightening torque(N+m)

B 7y TBRAROTER

Notes about Mounting Inserts

O] | REEER

O | IREEBR (hFEm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)

RS

BF XbUvotH

Direction  Metric

. mﬁtﬂﬁu%ﬂt Recommended Cutting Conditions

e YIENER ve(m/min)| KDE £.(mm/t) | Fv 7
|
150 il BE KR gR- LR TE-ME-R| M8
Work Material Hardness  |Cutting Speed vm/min)| ~Feed Rate f,(mm/t) Grade
Min.-Optimum-Max. | Min.-Optimum-Max
s 180~280HB| 100-160-200 |0.20-0.40-0.60| ACP200
» arbon Steel
Pt 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
oy Steer
JISA R
o ZL2AF | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
A o [RIFoPArER
3 60| YT IARR 1000-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Mg PR 2R | 20048 | 150-180-200 |0.15-0.25-0.35| ACM300
2| CpNi | Austenitic
gl%% R RT O T 0% 1230~270HB|  80-120-180 |0.15-0.25-0.35| ACM200
Based
b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
i 250HB | 80-120-160 |0.10-0.30-0.40| ACK300
ast Iron
HAT | NEMXR
WACE || N . |250-350HB| 20-30- 40 |0.10-0.20-0.30 G100
e #75>/(99.5%)| (Rm400) | 60-80-100 |0.10-0.20-0.30
> Pure titanium ACM200
Titanium G+Bﬁ$/¥¢
JIBEER I (Rm1050) | 40-50- 60 |0.10-0.20-0.30




SEC-Ux—753I7A=)L sec-wave RadiusMill RSX(F)12000R(S)

RSX(F)12000R(S)
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Milling for Steel, stainless steel, cast iron and exotic allo

Fig 1 oDy Fig 2 oDy Fig 3 oDy
od o od
a._ a_ _a._
L]
~ Q|
| Q]
T & —F—\
P (@)
(217 ]
.ngw, ggf ﬂd!
oD, | oD oD
. $1$ Body (RSX] EOOORS/R) iEFFH’-‘y 7 A=1 2mm9»{7’ Insert: A=12mm Series
RO s Xt 7% (Mm) pimensions | BB 4
Cat. No sok | 8Dg | @Dy | L od a b 0 | @di | 0ds |no.orteetn| wew ¢
RSX 12040RS [ 40 | 32 40 | 16 8.4 5.6 18 13.5 9 3 0.2 1
12050RS () 50 | 40 40 | 22 10.4 6.3 | 20 18 11 4 0.3 1
~. 12052RS ® 52 | 40 40 | 22 10.4 6.3 | 20 18 11 4 0.3 1
s 12063RS ® 63 | 40 40 | 22 10.4 6.3 | 20 18 11 5 0.4 1
v 12066RS ® 66 | 55 50 | 27 12.4 70 | 25 20 14 6 0.7 1
7 12080RS ) *80 | 55 50 | 27 12.4 70 | 25 20 14 6 1.0 1
12100RS ® 100 70 50 | 32 14.4 8.5 32 46 - 6 1.4 3
7| RSX 12080R [ *80 | 55 50 | 25.4 9.5 6.0 | 25 20 13 6 1.0 1
F- 12100R ® *100 70 63 | 31.75 | 12.7 8.0 32.5 46 28 6 1.9 2
B 1 500y (RSXF12000RS/R) [ZHTA T fncrichiee] BRAF YT A=12MmM% A T insert: A=12mm Series
RSXF 12040RS [ 40 | 32 40 | 16 8.4 5.6 18 13.5 9 4 0.2 1
12050RS () 50 | 40 40 | 22 10.4 6.3 | 20 18 11 5 0.3 1
[ 12052RS (] 52 | 40 40 | 22 10.4 6.3 | 20 18 11 5 0.3 1
s 12063RS ) 63 | 40 40 | 22 10.4 6.3 | 20 18 11 6 0.4 1
7 12066RS ) 66 | 55 50 | 27 12.4 70 | 25 20 14 7 0.7 1
7 12080RS ® *80 | 55 50 |27 12.4 70 | 25 20 14 7 0.9 1
12100RS [ 100 70 50 32 14.4 8.5 32 46 - 10 1.3 3
7| RSXF 12080R ® *80 | 55 50 | 25.4 9.5 6.0 | 25 20 13 7 1.0 1
F- 12100R [ *100 70 63 | 31.75 | 12.7 8.0 32.5 46 28 10 1.8 2

HNMEICTF v T FHEIPAATH D F B Ao t‘yg%i%ﬁﬁéﬁ% ﬁ%%EEYHUb‘/(X“ (od) %Z“ﬁ?’KTS‘éL\

Inst e not included. Check the collet attachment size (ed) when selecting the cutter

* AR 080 0100mm YA XD7 —) \NDFEDRIFIC(F, JIS B] 176 [7\EFUIERIL b (@80 —M12 X30 ~ 35mm.o100 »M16 X40 ~ 45mm) & CERL fEE

Please use JIS B1176 hexagonal bolt (@80: M12x30 to 35mm, ©100: M16x40 to 45mm) for securing 80/¢ 0 cutter to the arbor
. } ‘y 7 Inserts ﬂflﬂ Steel @ XT/IJXﬂﬂ Stainless Steel m ﬁf% Cast Iron B gﬁﬁlﬁj Exotic Alloy
MiESDTE d—5 427
Grade Coated Carb\ds
- BRI e g
N /1 +H
]:pfﬁcjzt[llonl 7ﬂﬁqt}]ﬁUGeﬂera\ Purpose % % % <
*ﬁtﬂ%URoughmg m 0025
N S
e $&
& F & L3838 |g | Lmensons @UCHHTEL IR
Cat. No 2| = % g Cutting Edge Cross Section
S|ac|la| A s
| =2 =2 —ﬁ ]
RDET 1204MOEN-G o 00 @ O 12476 - .
1204MOEN-H ® ® 0 0 0o 12 476 G Type T
. ﬂﬁ@ﬂ?()"‘ﬁ Identification Details . ?E:fétﬂ‘ﬁu%ﬁ- Recommended Cutting Conditions
e LR vo(m/min)| EOE £(mm/t) | F v =F
|
RSX F 12040R S S0 el B KR gR- LR TR-#R- LR HE
T T - — = ﬁ E Work Material Hardness CﬁnrgOSpt_eedv,mmm rieedoRi_tehmﬂw —
vin.-Optimum-Max. Viin.-Optimum-MVax.
s Emm mno omeR e BEms JSEE 180-280HB 100-160-200 |0.20-040-0.60| ACP200
Aﬁy\%i@er 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
B 5Ram pars o ZEZAMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
Z)CF =23 BEAFRG LEE 2| 0 [ RFHANR |200-330HB|  80-120-180 |0.15-0.25-0.35| ACM300
Wrench Screw Anti-seizure cream 75 Based Martonstic
Mg | FTR77 R | 20048 | 150-180-200 |0.15-0.25-0.35| ACM300
| Cr-Nil——— —
— gl%% R RT T HT 0% 230~270HB|  80-120-180 |0.15-0.25-0.35| ACM200
N-m) Based -
6 b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
TRDR15IP | BFTX0409IP |3. MI-P
5 0osP 13.0] SU 250HB | 80-120-160 |0.10-0.30-0.40| ACK300

Cast Iron

NIEME  1950.350HB| 20-30- 40 |0.10-0.20-0.30

Ny HESE T (10 Nbﬁ (N- m)

Recommended tightening torque(N+m) eat: y | Ni based material system ACM100
uFy 7ERHE%(D<_&§ 1€°P.11 #752/(99.5%)| (Rm400) | 60-80-100 |0.10-0.20-0.30
Notes about Mounting Inserts ?’97 AT IENT T | ACM200
-, N itanium O
O =rER O | EEFER (HhRR) arBEER  |(RM1050)| 40-50- 60 |0.10-0.20-0.30

a+f3 alloy system

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-9x—7S5I7 A=) sec-Wave RadiusMill RSX(F)16000R(S)

RSX(F)16000R(S)
8- 25>/ L A$H-$h8%- M DY B

| 5| 8o/
Rake Angl [N 10°

Milling for Steel, stainless steel, cast iron and exotic allo (16000R(S))
Fig1 __ oD; Fig2 _oDy Figd _oD, Fig4 _oD,
o 2] od
a_ _a_ _a_ d
g | 4014
=Q ~laf NJQ
T T\ 3 *‘[ J |
JL LK O O | ®
g%? od: od: od
oD, | | oD, | oD, oD,
. $1$ Body (RSX] BOOORS/R) iEﬁH?“yj A=1 Bmm947 Insert: A=16mm Series
9__?.2 é E Fﬁ T_r 5£ (mm) Dimensions }j?ﬁz E% F
Cat. No Stock QDC QDb Lf od a b E Qd1 ng No. of Teeth vv(:\%)m '9
% | RSX 16063RS () 63 50 40 | 22 10.4 6.3 20 18 11 4 0.5 1
5 16080RS () *80 55 50 | 27 12.4 7.0 25 20 14 5 0.9 1
W= 16100RS () 100 70 50 | 32 14.4 8.5 32 46 - 6 1.3 3
z 16125RS [ 125 80 63 | 40 16.4 9.5 29 52 29 6 2.6 1
+ | RSX 16080R () “80 55 50 | 25.4 9.5 6.0 25 20 13 5 0.9 1
Vi 16100R o *100 70 63 | 31.75 | 127 8.0 325 46 28 6 1.8 2
7 16125R ) 125 80 63 | 38.1 15.9 | 10.0 35.5 55 30 6 2.7 1
. $1$ Body (RSXF] GOOORS/R) ‘%3‘]9’(7 Fine Pitch Type‘ ;EFHS’-\yj’ A=1 6mm947 Insert: A=16mm Series
% RSXF 16063RS [ 63 50 40 | 22 10.4 6.3 20 18 11 5 0.4 1
[ 16080RS () *80 55 50 | 27 12.4 7.0 25 20 14 6 0.8 1
Us 16100RS ® 100 | 70 50 | 32 144 | 85 | 32 46 - 7 1.3 3
o 16125RS () 125 80 63 | 40 16.4 9.5 29 52 29 8 25 1
g 16160RS 160 | 130 63 | 40 16.4 9.5 29 88 - 10 4.8 5
RSXF 16080R () *80 55 50 | 25.4 9.5 6.0 25 20 13 6 0.8 1
A 16100R ® *100 | 70 63 | 31.75 | 127 | 80 | 325 | 46 28 7 1.7 2
;5 16125R () 125 80 63 | 38.1 15.9 | 10.0 35.5 55 30 8 2.6 1
16160R 160 | 100 63 50.8 19.0 | 11.0 38 72 - 10 4.3 4

ANMEICTF v T FHEIPAATE D F Ao B ‘yg%ig?ﬂﬁé% FREERNOIYAX (od) %Cﬁﬁ’»&(?’iéb\

Inserts are not includec ock the collet attachment size (od) when selecting the cutter.

*NZF 080 0100mm T4 XD7— I\’\@‘Fﬁ&)ﬁb‘ld& JIS B1176 [F\AUIERIL I\J (080 —>M12 X30 ~ 35mm.o100 »M16 X40 ~ 45mm) 7%z CHERLEE

Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, 100: M 40 to 46mm) for securing ©80/0100 cutter to the
- ? ‘y 7 Inserts Bﬂﬁ] Steel @ AT UZ?H Stainless Steel m ffiﬁi Cast Iron B ;ﬁﬁ *Z Exotic Alloy
MiEDE d—F427
Grade Coated Carbide
. R BRI O VEIPE g
N ALY wia | wia | H
I%E(EEI} }ﬂﬁﬁtﬂﬁw General Purpose ‘Pﬁ % <<
*HUJE'J Roughing [a % A+0‘025 0025
- <0, pers
e D&
T3 8| 2|8 || g [ Pimensons @ SEHRHEAR
Cat. No. LI E % % Cutting Edge Cross Section
S|S|G| A s _—ﬂ ﬁ
<< | <C | <<
RDET 1606 MOEN-G ® ® 0 e o 16 65 o o
1606MOEN'H . . . . . 16 6.5 G Type H Type
. ﬂE@ﬂ?UTJ— Identification Details . Tﬁ:ﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
e YRR ve(m/min)| XDE f.(mm/t) | 5 =7
|
RSX F 16063 RS 150 i BE g R TR-RR- LR 449
== —_ A = r— Work Material Hardness  |Cutting Speed v.(m/min)| Feed Rate f,mmit) Grade
®_ ® ® ) @ ® ® Min.-Optimum-Max. | Min.-Optimum-Max
FEiEs SRR P B8 L SR BRI 180~280HB| 100-160-200 |0.20-0.40-0.60| ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Direction  Metric - Carbon Steel
ol 180~280HB| 100-140-180 |0.20-0.30-0.40 | ACP200
oy Steer
B 2B pars Cr| ZZZAMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
% il ystem
2\ Y BE(TRA L Ll | WTIARR 1500-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Wrench Screw Anti-seizure cream 75 SHensio
D4l | FTRZ2 MR | 200HB | 150-180-200 |0.15-0.25-0.35 | ACM300
<|Cr-Ni{= —
- leﬂ“ F | EI257 ISR 930.970HB|  80-120-180 |0.15-0.25-0.35 | ACM200
C # Cr-Ni |Two phase{Austenttc, ferrte) systm
N-m, Based
T b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
. 250HB 80-120-160 |0.10-0.30-0.40 | ACK300

Cast Iron

NEAR  1950.350HB| 20-30- 40 |0.10-0.20-0.30

Nemy HESZAT (110 )LD (N-m)

Recommended tightening torque(N+*m) r Ni based material system ACM100
- 1752/ (99.5%) -80 - -0.20-
B Fv JBRNBOCEE CIED 552 | e wanm | (RMA00) | 60-80-100 |010:020-0%0, L o
Notes about Mounting Inserts Titanium a+paER (Rm1050)| 40-50- 60 |0.10-0.20-0.30

a+p3 alloy system

O | REEER O REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-Ux—753I7 A=) sec-wave RadiusMill RSX(F)20000R(S)

RSX(F)20000R(S) g

— k. TANV] s e
SV X & LR YT =] o | 100/
Milling for Steel, stainless steel, cast iron and exotic allo — W] 10°| “20000R@)
Fig 1 oDy Fig2 gD, Fig8 oDy Fig4 oDy
d od o 2]
a. ER _od
% 4014
NQT NI-D
— 3 |
_ K O A O
_od | _ed | _edi |
oD, | oD, | oD,
. $1$ Body (RSXEOOOOR/RS) BRAF v T A=20mm#% A 7 insert: A=20mm Series
9__?.2 é E Fﬁ T_r 5£ (mm) Dimensions }j?ﬁz E% F
Cat. No Stock QDC QDb L¢ od a b E od, @ds | No. of Teeth vv(:\%)m '9
> | RSX 20080RS o 80 55 50 | 27 12.4 7 22 20 14 4 0.9 1
5 20100RS () 100 70 50 | 32 14.4 8 32 46 - 5 1.8 3
W= 20125RS ® 125 80 63 | 40 16.4 9 29 52 29 6 2.6 1
z 20160RS [ 160 | 130 63 | 40 16.4 9 29 90 - 7 4.7 5
RSX 20080R [ *80 55 50 25.4 9.5 6 25 20 14 4 0.9 1
1 5 20100R () *100 70 63 | 31.75 | 127 8 32 46 27 5 1.8 2
;5 20125R ® 125 80 63 | 38.1 15.9 10 35.5 55 30 6 2.6 1
20160R ) 160 | 100 63 | 50.8 19.1 11 38 72 - 7 4.2 4
. $1$ Body (RSXFEOOOOR/RS) ‘%73‘]9’(7 Fine Pitch Type‘ iEFﬁ?‘yj’ A=20mm9'fj Insert: A=20mm Series
> | RSXF 20080RS [ *80 55 50 27 12.4 7 22 20 14 5 0.9 1
|'j 20100RS () 100 70 50 | 32 14.4 8 32 46 - 6 1.8 3
W= 20125RS [ 125 80 63 40 16.4 9 29 52 29 7 2.6 1
z 20160RS () 160 | 130 63 | 40 16.4 9 29 90 5 9 4.6 5
RSXF 20080R o ) 55 50 | 25.4 9.5 6 25 20 14 5 0.9 1
’jf 20100R () *100 70 63 | 31.75 | 127 8 32 46 27 6 1.8 2
= 20125R () 125 80 63 | 38.1 15.9 10 35.5 55 30 7 2.6 1
20160R () 160 | 100 63 | 50.8 19.1 11 38 72 - 9 4.1 4

ANMECTF VT FHEIPANTHEDF B Ay TZE ?R?éﬁ” REBRMN YA X (rzd) & CHEsR <7L

Inserts are not included. Check the collet attachment size (od) when selecting the mr

*NZF 080 0100mm U4 XD7— /\N@%ﬁ&)ﬁl)‘ld; JISB1176 ”/\%/\h‘r\'T“/'\J (@80 —>M12 x30 ~ 35mm,e100 »M16 X40 ~ 45mm)7&_ BREE

Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, 100: M16x40 to 46mm) for securing 80/0100 cutter to the
. 9: ‘y j Inserts Bﬂﬁ] Steel @ AT UZ?H Stainless Steel m ffiﬁi Cast Iron B ;ﬁﬁ *Z Exotic Alloy
MiEDFE d—F470
Grade Coated Carbide
. e VE g
~ 1, "an 2 | nna | +H
l%ﬁ‘ﬁjJFI /ﬂﬂ%tﬂﬁu General Purpose Eﬂ % % <<
pplication —
*ﬁtﬂﬁ” Roughing [3 0025
: 50
eg iz
T3 8| 2| 8|8|g | bimensons @EBHREAR
Cat. No. LI = % g Cutting Edge Cross Section
S| GS|a| Al s
| 2| = ‘—ﬂ /
RDET 2006 MOEN-G ® ® ® ® ® 20 65 o v
2006MOEN'H . . . . . 20 65 G Type H Type
. ﬂE@ﬂ?UTJ— Identification Details . Tﬁ:ﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
- YRR ve(m/min)| XDE f.(mm/t) | 5w =
|
RSX F 20080RS 150 i BE g R TR-RR- LR 40
S TasF = = —_— - T ¥ - - = Work Material Hardness  |Gutting Speed v,(m/min)| ~ Feed Rate f(mm/t Grade
®_ (@) ® ) @ ® ® Min.-Optimum-Max. | Min.-Optimum-Max
FEiEs SRR P B8 L SR BRI 180~280HB| 100-160-200 |0.20-0.40-0.60| ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Direction  Metric - Carbon Steel
Pl 180~280HB| 100-140-180 |0.20-0.30-0.40 | ACP200
oy Steer
B 2B rars cr| ZZ2AMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
% il ystem
2\ Y E(TRA L Ll b, | WTZI AR 1500-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Wrench Screw Anti-seizure cream 75 SHeNsio
D4l [ FTRZ2 MR | 200HB | 150-180-200 |0.15-0.25-035 | ACM300
<|Cr-Ni{= —
- leﬂ“ F | EI-257 ISR 930.970HB|  80-120-180 |0.15-0.25-0.35 | ACM200
C Ei Cr-Ni |Two phase{Austenttc, ferrte) systm
N-m; Based
T e b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
. 250HB 80-120-160 |0.10-0.30-0.40 | ACK300

Cast Iron

NEAR  1950.350HB| 20-30- 40 |0.10-0.20-0.30

Nemy HESZAT (110 )LD (N-m)

Recommended tightening torque(N+m) doy | Ni based material system ACM100
R 1752/ (99.5%) -80 - -0.20-
B Fv RO TER 552 | puswanm | (AMA00) | 60-80-100 |010:020-0%0, L o
Notes about Mounting Inserts Titanium a+paER (Rm1050)| 40-50- 60 |0.10-0.20-0.30

a+p3 alloy system

O] | REEER

@ mark : Standard stock item



SEC-9x—7JS5I7 A=) Sec-Wave RadiusMill RSX(F)08000ES/10000ES/12000ES

RSX(F)OS8000ES «*/10000ES/12000ES
27 YU A Gk BHI OUIEIR [ SRR C Iy

Milling for Steel, stainless steel, cast iron and exotic allo "| (0BOOOES) (10000ES) (12000ES)

7]

|

i

i

i
QDs h7

Lf gs
L

W 714 (RSXO8000ES) i@AF v 7 A=8mm% 1 7 M {4 (RSXFOBOOOES) (275 17| i@ » 7 A=8mm# (7

Body Insert: A=8mm Series Body Fine Pitch Type | Insert: A=8mm Series
il TE ~ & (Mm) bimensions NE | ES il TE ~ & (Mm) bimensions P ED =S
socc [@Do @D [@D2] Ls | 8 | L | sl | socc [@Do @D [@D5] Ls | 85 | L |"d! |
RSX 08020ES | @ | 20 | 20 |16.9| 30 | 70 |100| 2 |0.3 RSXF08020ES | @ | 20 | 20 |16.9| 30 | 70 |100| 3 |0.3
08025ES | @ | 25 | 25 |21.9| 40 | 80 [120| 3 [0.4 08025ES | @ | 25 | 25 |21.9| 40 | 80 |120| 4 [0.4
B A&{k (RSX10000ES) #&RFv 7 A=10mm&+ 7 B #{% (RSXF10000ES) i@mﬂjA=10mm947

Body Insert: A=10mm Series Body Fine Pitch Type | Insert: A=10mm Series
iU e ~F 3% (MM) oimensions ¥ | E2 Fi S T ~ 3% (MM) bimensions | EE
. No soo [@Dg[@Ds[@D5] Ly | €5 | L |t e . No soo [@Do[@Ds[@D5] Ly | €5 | L |t e
RSX 10025ES | @ | 25 | 25 |20.3| 50 | 80 | 130| 2 [0.4 RSXF10025ES | @ | 25 | 25 |20.3| 50 | 80 | 130| 3 [0.4
10032ES | @ | 32 | 32 |27.1| 50 | 80 | 130| 3 |0.7 10032ES | @ | 32 | 32 |27.1| 50 | 80 | 130 | 4 |0.7

s " — g k " —

[ gl:d{; (RSX12000ES) &RF v 7 A=12mms A7 [ é.giiyt(RSXH 2000ES) Eﬁaigmf\m-gﬁgmaw
i_?,g § EE T_'— ;ﬁ (mm) Dimensions 3‘]’3& E% i}é § EE T_'— 7\£ (mm) Dimensions 3\]’& EE
et No so | @D |@Ds|@Dp| Ly | 8 | L |t |wem et No so | @D |@Ds[@Dp] Ly | 85 | L |t e
RSX 12032ES | @ | 32 | 32 |25.6| 50 | 80 |130| 2 |0.7 RSXF 12032ES | @ | 32 | 32 |25.6| 50 | 80 |130| 3 |0.7

TEICT v TIFHEIPAATH D FE B Ao

Inserts are not included.

. a: v j Inserts Eﬂﬂ Steel @ AT VA stainiess steel [a FHEK cast ron B HEEIR Erotic Aloy
MiEDTE O—F 47
Grade Coated Carbide
= SR B VEIPE e
]prﬁcjiflonl ;ﬂ;mtﬂ\ﬁUGenera\ Purpose % % § t
*Ht)_]ﬁu Roughing m % & E
€< ik =
?_}‘L_J % 2 S|8|8 Dimensions i@ﬁﬁjj‘y@ 50025
Cat. No. 2 2 E % g Applicable Cutters
22|12\ A |5
RDET 0803MOEN-G¢? ©® © ©® | ® @ 38 (3.18 @EEUER R
RSX08000ES Cutting Edge Cross Section
0803MOEN-H«P | ® | ® | ® ®|® | 8 |3.18 creses
- ® 0 ® & 10 (397
RDET 10T3MOEN-G RSX(F)10000ES —ﬂ /
10T3MOEN-H ® ®© 0 0| e 10397 - .
RDET 1204MOEN-G ® 0 0 0 e 12 476 RSX(F)12000ES G Type Hype
1204MOEN-H ® ® 0 0 o 12476
. ﬂE@ﬂ?O"‘TJ— Identification Details . ?E“,@tﬂﬁu%fq: Recommended Cutting Conditions
e THEEE vo(m/min)| EDE £.(mm/t) | F v =F
RSX F 10025ES  [] =v = wiiw
® @ ® o) ® i optmam i | N Optmumiyay, | Grade
(%fi?%s Hfzif‘tﬁm }\njr?nb:-x 7]:3;& Ii:f:‘:ijj Ca’f{%ﬁé@eel 180~280HB| 100-160-200 | 0.20-0.40-0.60| ACP200
Aﬁy\%‘f@ey 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
W B85 Parts o JIZAER | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
2 \ﬁ S?\‘/ Aﬁ%ﬁﬁ)ﬂtﬁu ég 20| ST TAMR 1200-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
renc crew nti-seizure cream < ) —
BREA WY 04 . A—2TF AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
i S <|CreNi = e
Applicable Cuters / @\\\\ % g0 R [R50 230-270HB| - 80-120-180 |0.15-0.25-0.35| ACM200
@ o b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
RSX08000ES TRDROS8IP |BFTX02506IP| 1.5 e
RSX(F)10000ES AR5 [FTOEHP( 3.0 SUMLP ot 250HB | 80-120-160 |0.10-0.30-0.40| ACK300
RSX(F)12000ES BFTX0409IP | 3.0 | NEHR  1250-350HB| 20-30- 40 |0.10-0.20-030
_ — - ACM100
N-m, ;’Ei@ﬁﬁﬂtﬂj '\)L/Q (Nm) Recommended tightening torque(N+m) F5% %m}grejtﬁgw%r?%) (Rm400) 60- 80 -100 |0.10-0.20-0.30 .
B Fv JERSEOTER Titanium REER ACM200
Notes about !\/1oumng\r/wsods a%aﬁoysyslem (Rm1050)| 40-50- 60 |0.10-0.20-0.30

O | REEER O REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-EYa15—Y—JUEHA Sec-Modular Tools Special Arbors

7=\

gy —I\

Carbide Arbor

Qd1

M
// /{ ______________________ B ~
_ { B - \\, _ _ _ | g,,
————————————————————— H a

7 —I\
Steel Arbor

W #BEE7 —/\ Carbide Arbor

Ls

[ | fﬁT’—/\ Steel Arbor

@tz hEiE () sei bimensions

Ls(NyR+77— ) VREROHE)

Dimension of head + arbor

O] | REEER

@ mark : Standard stock item

A = EE T_" 525 (mm) Dimensions il EE T_" 525 (mm) Dimensions
Cat. No. Stock | M ﬂd1 QDS LS L3 L4 Ls* Cat. No Stock | M Gd1 QDS Ls L3 L4 L5*
MA18M10L150C | ® [M10/10.5| 18 | 150 | 10 | 20 | 180 MA20M10L150S | ® [M10/10.5| 20 | 150 | 10 | 20 | 180
18M10L200C | ® [M10[10.5| 18 [ 200 | 10 | 20 |230 25M12L200S | ® (M12|12.5| 25 | 200 | 10 | 22 | 235
20M10L150C | @ |M10|10.5| 20 | 150 | 10 | 20 | 180 32M16L200S | ® |M16|17.0| 32 |200| 10 | 24 |240
20M10L200C | ® M10/10.5) 20 | 200 | 10 | 20 | 230 .
MA23M12|_2()OC ® Mi12/125| 23 [200| 10 | 22 | 235 .ﬂgoy]?l)ji Identification Details
23M12L250C | ® M12|12.5| 23 |250| 10 | 22 |285
25M12L200C | ® |M12(125| 25 [200| 10 | 22 | 235 MA 15 M08 L120 Q
25M12L250C | @ M12|12.5| 25 | 250 | 10 | 22 | 285 e 0 Dre  muE e ol
MA28M16L200C | ® [M16/17.0| 28 |200| 10 | 24 |240 (s
28M16L300C | ® M16|17.0| 28 | 300 | 10 | 24 |340
32M16L200C | ® |M16(17.0| 32 [200| 10 | 24 | 240 SR h . _ _
32M16L300C ® \M16/17.0 32 |300| 10 o4 | 340 .;Exﬁﬁ“j |\}l17 (N m) Recommended Tightening Torque

MAYREBREDIFICTERLEE L,

Points to note when tightening the cutter head
Ay REZ—=)ICBTDRIE. FFR [ MNUVIREE] (CTTo TS,
B BRIICAY REP =)D [EIFRUR] ZTHER<IEE 0,

- When attaching the cutter head to an arbor, follow the recommen 1tening torque stated below
- Confirm the mounting screw size for both the head and arbor before assembly

N RERE

el Lf'j/r7\ Recommended
Screw Size | Tightening torque
(N - m)
M10 46
M12 60
M16 80




SEC-91—753Y72X= )l SEC-Wave RadiusMill RSX(F)08000M/10000M/12000M

RSX(F)0O8000M«#/10000M/12000M
=] = | [4rm /|| 5 /| [6mm /

7P 10°| “ogooow)  (10000w)  (12000M)

al
[
e

Q = -
Q
1] Ly
L¢ L,
L
B ~v R (RSX08000M) i@mF v~ A=8mm% A 7 H ~v K (RSXFO8S8000M) [BNV5 17| @RFv 7 A=8mm% A 7
Head Insert: A=8mm Series Head Fine Pitch Type | Insert: A=8mm Series
?Itj § EE T_r 7\21& (mm Dimensions 7\]%&%% f'cj § Eﬁﬁ‘ T_r 7\£ (mm Dimensions %ﬁz%%
Cat. No sck |@Dl@Ds] M| L | Le | Ly | Lo | W b |55 e Cat. No sk |@DgloDy | M [ L [ L [ Ly [ Lo [ W b 5% e
RSX 08020M10Z2 | @ |20 (10.5\M10/49 /30| 5 |19| 8 |15| 2 |0.1 RSXF 08020M10Z3 | @ | 20 ({10.5\M10/49 /30| 5 |19| 8 |15| 3 |0.1
08025M12Z3 | @ | 25 12.5M12/56 35| 5 |21 10|19 | 3 |0.1 08025M12Z24 | @ | 25 |125M12/ 56 |35| 5 (21|10 |19 | 4 |0.1
08032M16Z24 | @ | 32 |170|M16/63 |40 | 5 (23 |10(24| 4 |0.2 08032M16Z5 | @ |32 |17.0/M16/63 |40 | 5 |23 |10|24| 5 |0.2
B ~Nv K (RSX10000M) @RFv 7 A=10mm#% 17 H ~v R (RSXF10000M) (23517 |@@Fy7 A=10mm%4 7
Head Insert: A=10mm Series Head Fine Pitch Type | Insert: A=10mm Series
9__?.2 % EE T_]' ;ﬁ (mm Dimensions }J@%% 9__?,2 % EE‘ ﬂ' 5£ (mm Dimensions }J;&%%
Cat. No soo D@D+ M | L | Ly | Ly [ Lo [ W[ b |5t Cat No sook D@D MT L [ L [ L [ L [W] h [5el|wioh
RSX 10025M12Z2| @ | 25 [12.5M12/56 |35| 5 |21 |10 /19| 2 |0.1 RSXF 10025M12Z3 | @ | 25 [12.5\M12/56 |35| 5 |21 |10 /19| 3 |0.1
10032M16Z3 | @ | 32|170|M16/63 |40 | 5 |23 |10|24| 3 (0.2 10032M16Z4 | @ |32 |170|M16/63 |40 | 5 [23|10|24| 4 (0.2
H ~Nv K (RSX12000M) @mFv 7 A=12mm#% 1 7 Hl ~Nv R(RSXF12000M) (V57 |@AFv7 A=12mm% 4 7
He Insert: A=12mm Series Head Fine Pitch Type | Insert: A=12mm Series
9_}'2 % EE T_r ;z (mm Dimensions Egﬂ%% ;_ft! % EE‘ T_r ;ﬁ (mm Dimensions %gﬂ%%
Cat. No soo loDeloDy M L [ L [L [ [ W] h |58 win Cat. No sook joDeJoDy M L [ L [ L [ L [ W] h [ wson
RSX 12032M16Z2 | @ |32 |170|M16/63 (40| 5 |23|10|24| 2 |0.2 RSXF 12032M1623 | @ |32 |170|M16/63 |40 | 5 |23|10|24| 3 |0.2
12040M16Z3 | @ | 40 |17.0)M16/63 |40 | 5 |23|10|24| 3 |0.3 12040M16Z4 | @ |40 [170|M16/63 |40| 5 |23 |10 |24 | 4 |0.3
FEICTF v 7’(&*%@3}\‘&/\{635 Dt?z"“‘déu;
. 9:‘y7 Inserts Eﬁm S(ee\@ Xj——yuzm Sta\messS\ee\m%ﬁ; Cast Iron B%ﬁ”*ﬁ Exotic Alloy . 7_}(‘ Arbor
ZEE e J—F47 (1 P.9 J
Grade Coated Carbide
o EE B e
BB [ BB orea oo 13 |1 | B
AR rounng K] bz % O
gl 4 S 2 =
?_}‘L_J % § § s(s8|S8 Dimensions i@ﬁﬁjj\yg A*0025 50025
Cat. No. 2 2 g % g A Applicable Cutters
22|28 8
RDET 0803MOEN-G¢® © © ©® | ® @ 38 (3.18 O@EEUER R
RSX(F)08000M iting Edge Gross Section
0803MOEN-He? @ @ @ @ @ & |3.18 P G e
RDET 10T3MOEN-G ® e e e e 10 397 /
10T3MOEN-H |®|® @ |® | @] 10 |3.07 RSX(F)10000M j .
RDET 1204MOEN-G ® ® 0 0 0 12 476 RSX(F)12000M & Type HType
1204MOEN-H ® 0 0 0 o 12 476
. ﬂﬁ@ﬂ?l}“ﬁ Identification Details . ;Eﬁtﬂ'ﬁu%ﬁ: Recommended Cutting Conditions
- IHER ve(m/min)| DB £(mm/Y) | v F
RSX F 10025 M12 23 |y = ol & B R
Work Material Hardness  |Cutting Speed v.(m/min)| Feed Rate f,(mmt)
O) ® ® 0] ® ® Min.-Optimum-Max. | Min.-Optimum-Max. Grade
EELE S e A = THIEEGE 25 BRI 180~280HB| 100-160-200 |0.20-0.40-0.60 ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Mounting Screw Size No. of Teeth Carbon Steel
e 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
. gl;% Parts AHOijIeeL/ﬂ\J?
" — — Cr| mmddhs 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
2)1F 2T | AR 2| * e
Wrench Screw | Anti-seizure oream Aglol,| VT IANR [900-330HB]  80-120-180 |0.16-0.25-0.35 | ACM300
wHEHYSY 75 —=
A;;ib‘e Cutters . \\\\\\\w M| . A—2ATT AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
A 5] ZR(E-ATFANIIIANE
&) @ gﬁm BC:?Nd EA-A7T 4 T19D%130-270HB| - 80-120-180 |0.15-0.25-0.35| ACM200
RSX(F)08000M TRDROSIP |BFTX02506/P| 1.5 e WBHER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
RSX(F)10000M BFTX03584IP| 3.0 SUMI-P SEEk 250HB 80-120-160 | 0.10-0.30-0.40 | ACK300
RSX(F)12000M TRDR15IP BFTX0409IP | 3.0 = Ilr\(lnim%MEF I .
- wsse | "R |250~350HB| 20-30 - 40 |0.10-0.20-0.30
N-m) *E#é%ﬁﬁ”j 1%% (Nm) Recommended tightening torque(N-m) o - N\baSSd\U‘a(EHa‘ S“'S:m ACM100
e (S ., [T Z~(99.59%)] (Rmaog) | 60-80-100 |0.10-0.20-0.30
B Fv RO TER Ty ure ity ACM200
Notes about Mounting Inserts e atBEER [(Am1050)| 40-50- 60 |0.10-0.20-030
a+p alloy system . - .

O | REEER O REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)

10



SEC-91—J3IF7A=Z)

1
R SX§= SEC-Wave RadiusMill RSX Series

. I"]Imﬁ Machining use
FARIDREDIAGINT., EFRINLT. NUDJUVINTEE, SREMNLZFRERICITDO LN TEX T,

Various types of processing, such as mold engraving, slant milling and helical processing, highly efficiently.

ANYUDIVINIEOFER

EFIN TR OFSR ANYAI - BRI T OHERME

Helical Boring Plunging Recommended Values for Helical and Plunging
B AUAJLAIT (mm) R
Helical Boring = oy Jae) elica aper
< TEEDa LU CTERATEW 7 ENTEND
oD Use at @° c?\owm < 9: Y 7§2§ o s jJDI?% QD %j{j/t/?%

Work Dia. Max. Ramping Angle

o =R g; RI=E1/= .

F‘—b ) Insert Cat. No.
il g hd
X : 1§ 276| 32 | 39 | 12°00°

RDETO8 " - - 25 | 37.0| 42 49 7°15’
32 | 50.8| 56 63 4°45°

BEERNUTOBS 25 | 33.0| 40 | 49 | 10°30°
oD PREBAZIEDI 32 [ 460| 54| 63| 65
w B—AysTE RDET10- - - | 40 | 620 70 | 79 | 4°30°

|| IR AE

‘.—_.;.ﬁ 7 o 50 | 82.0[ 90 | 99 | 315
A % be removed by ‘ 52 | 86.0] 94 | 103 | 3°10°

e ! 32 | 415] 52| 63 | 12°30°
40 | 575| 68 | 79 | 8°00’

ERENLOSS 50 | 775 88| 99 | 5°30°
oD hREIANZIED & RDET12- - - |52 | 815 921103 | 515
S| BohysEnT 63 [103.5| 114 | 125 | 4°00’
‘.#.l -~ HIFsETRE 66 [109.5| 120 | 131 | 3°45’
=G / e o 80 [137.5| 148 | 159 | 2°50°
/ with the same cutter 100 1775 188 199 2010,

63 | 96.0| 110 | 125 6°00’
80 | 130.0| 144 | 159 4°10°
100 | 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°
RDET20 125 |212.0] 230 | 249 2°00°
160 |282.0] 300 | 319 1°15’

RDET16" - -

B Fv TBRDOTER

Notes about Mounting Inserts

RSX08000ZD &R
‘ Q Notes about Mounting RSX08000 Inserts @

-
(B} =» Zf

(C)
AVY—PEOEODHE  AVY—FIVELDOY—Y

DSWER T, RIZEH HE@DOVFNHZE, RT1D
313%. Y—IUEBE®ICHDES,
Suppress the insert from the Match one of mark position C

direction of A and B and tighten to the insert face with mark

a screw. position D of the body.

11



. Emifﬁ“ Application Example

FEwBkm / X12 SIS Comparison RSX it comp's
e RT( Body RSXF12050Rs| $507>¥
T |FYT nsen RDET1204MOEN-G| @12
Tool | 5442 Diameter (MM) ®»50 ®»50
FE No. of Teeth 5 5
F W TIHFE Grade ACM300(PVD) | (CVD)
YIBIERE cutting Speed (M/min) 300 300
— ) |~ PEDDEDR fe e Toon (/) 0.35 0.35
f'liﬁ; BTITRABRRE Acel eothof Cut(IM) 2.0 2.0
Conditions | 32 BEFHAR R Raalbepto 0 (M) 50.0 50.0
Dry./Wet Izrg‘r‘('):m‘,_ IZEEV_
2| Jedmlciosme | 2RRL
@FEEHELm / X22 THER Comparison RSX it comp's
e RTA Boay RSX12050RS | #5075
Ta |FY7 msen RDET1204MOEN-G| @12
Tool 1 4442 Diameter (MM) ®»50 ®»50
FTE No. of Teeth 5 5
F v TR E Grade ACM300(PVD) | (CVD)
YIBIERE cutting Speed (M/min) 300 300
o] |~ SEDOEDE Feed per Toon (MM/1) 0.3 0.3
Cﬁﬂ; BAMIHABEL Acl Depthof Cut(mm) 20 20
Conditions | 3 STETAG R ase st 0 (MM) 50.0 50.0
D1y Wer 775 | T770-
| JeHmiclasme ] SaEE

0 SEDH0 < FHRB LIc DRV <THBRH
SNBHTENBODERIDT, KEN/I\—PREXANRE
DREEZFEAL. B - BRKICT D CER<ZE L.

QZ2CHBEVVEIELEHICO®

© HWINF > TVBIHBIRVIC TR 2E L.

SEFEEIR D10 AR D MBI EHE . TRRA.
RBEREE T OTHERHOBERTCERZEL

SEIENES

(] T*@I&*@UJEJ'J&EL@% L5255
E?éﬁt@ﬂ%’&‘%b(ﬁ*

KK <T’l<ﬂ5;&$ <FEEW,

A

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

® Please handle with care as this product has sharp edges.

@ Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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€ SUMITOMO ELECTRIC INDUSTRIES, LTD.
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1-1-1, Koyakita,

T107-8468
T451-6036
T446-0059
T541-0041

TEL (03)6406-2636
TEL (052)589-3873
TEL (06)6221-3700

Itami, Hyogo 664-0016, Japan
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