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M i "ing Milling Cutters

Milling Cutter Denomination System

A FM| 88 080 207 A 27 R SN12 | C

025 25mm 27-Coupling diameter 27mm
063 63mm
080 80mm
Face milling FM * *
Square shoulder milling SM 250 250mm R Right
Profile milling PM L Left
High feed milling HM N Neutral
Side & face milling DM
Thread milling ™ 702 2 teeth
Chamfer milling CM 204 4 teeth
Finish milling FF Z05 5 teeth SN12-SN12 series insert
* *
730 30 teeth
Figure Angle C Internal coolant
90 90° M Wedge clamping type
88 88° A Arbor S Carbide shim type
75 75° w Weldon shank No mark Without internal coolant
60 60° C Cylindrical shank
45 45° N Whistle notch shank
42 42° M Screw clamping modular head
* *
15 15°
00 Profile milling
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Helical Milling Cutter Denomination System

Milling Cutters M i I I i ng

A

PE

90

063

Z04

A

27 R

LN13 -

L56

Helical Milling cutter PE
90 90°
88 88°
75 75°
60 60°
45 45°
42 42°

* *
025 25mm
063 63mm
080 80mm

* *
250 250mm

LN13--LN13 series insert

T Z 0o = »

Z02 2 teeth
204 4 teeth
Z05 5 teeth
* *
730 30 teeth
Arbor

Weldon shank

Cylindrical shank

Whistle notch shank

Screw clamping modular head

27-Coupling diameter 27mm

L30 30mm
L45 45mm
L56 56mm
Full teeth
H Half teeth
C Internal coolant
No mark Without internal coolant

Right
Left

Neutral
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Milling Cutters M i I I i ng

Overview of Milling Products

AFM42-0OD06 | AFM40-ONO5 | AFM45-SE12 | AFM45-SD09 | AFM90-SD09

* (EF
Product family ﬁ@; %’;

Page P259 P261 P263 P266 P268
Approach angle 42° 40° 45° 45° 90°
Max.ap (mm) 3 2.5 6 4 7
Diameter range (mm) ©50-160 ©50-160 ©32-250 ©16-125 ©25-100
Insert type OD..0605.. ON..0504.. SE..12T3.. SD..09T3.EN.. | SD..09T3..EN..
Face milling o L] L] o o
Square

shoulder milling

Slot milling

Ramping

Helical
interpolate
milling

Application

Plunging

Profile milling

Chamfer milling

Pocket milling

R U SR TR )

Remark: ® Recommended application
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Mi"ing Milling Cutters

Overview of Milling Products

Chamfer milling

Pocket milling

AFM89-SD09 AFM45-SD12 AFM90-SD12 AFM89-SD12 | AFM45-SN12
—_ |} - — P E e
" - . @ - () 5 g -
Product family w w %ﬁ h’;
Page P270 P272 P274 P276 P278
Approach angle 89.5° 45° 90° 89.5° 45°
Max.ap (mm) 7 6 11 9 6
Diameter range (mm) ©25-80 @50-125 @50-125 @50-125 @50-315
Insert type SD..09T3..N.. SD..1204..EN.. | SD..1204..EN.. SD..1204..N.. SN..1206..
Face milling S@ o o o o o
Square /
shoulder milling @
Slot milling @
<=
Ramping @
S
B Helical —
RS interpolate @
o milling .’
<
Plunging @]
)
Profile milling @
= -
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Remark: ® Recommended application




Milling Cutters M i I I i ng

Overview of Milling Products

AFM75-SN12 | AFM88-SN12 | AFM45-SN19 | AFM45-HNO9 | AFM45-XNO7

Product family - B

Page P281 P284 P287 P289 P291

Approach angle 75° 88° 45° 45° 45°

Max.ap (mm) 8 9 10 5 35
Diameter range (mm) ©50-250 ©50-315 ©160-250 ©63-160 ©40-250
Insert type SN..1206.. SN..1206.. SN..1909.. HN..0906.. XN..0705..

Face milling ° ° ° ° °
Square

shoulder milling

Slot milling

Ramping

Helical
interpolate
milling

Application

Plunging

Profile milling

Chamfer milling

Pocket milling

R U SR TR )

Remark: ® Recommended application
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Mi"ing Milling Cutters

Overview of Milling Products

AFM45-XN09 [AFM45-XNO9(W)| AFF40-LN12 | AFF40-LN15 | ASM90-LN12

duct famil Tl
Product family ".3-.;1
Page P295 P296 P299 P299 P302
Approach angle 45° 45° 40° 40° 90°
Max.ap (mm) 5 5 0.5 0.5 5
Diameter range (mm) ©63-315 280-315 ©80-100 ©125-250 263-250
Insert type XN..0906.. XN..0906.. NI O Doo LN..1206.
Face milling ° ° ° ° °
Square .

shoulder milling

Slot milling

Ramping

Helical
interpolate
milling

Application

Plunging

Profile milling

Chamfer milling

Pocket milling

R UL SEU R TR )

Remark: ® Recommended application
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Overview of Milling Products

Milling Cutters M i I I i ng

Profile milling

Chamfer milling

Pocket milling

ASM90-LNO9 | ASM90-LN13 | ASM90-LN16 | ASM90-WNO4 [ASM90-WNO8
R -~ ‘ - > \ 2 ‘I &
Product family @ %L; i 34 e ﬁ%
Page P304 P307 P310 P312 P314
Approach angle 90° 90° 90° 90° 90°
Max.ap (mm) 8 12 15 4 7
Diameter range (mm) ©20-80 @40-315 @63-160 ©20-40 @40-250
Insert type LN..0904.. LN..1306.. LN..1607.. WN..0403.. WN..0806..
Face milling é’@ ° ° ° ° °
Square ”~Z O O O O O
shoulder milling @
Slot milling @ ° ° ° ° °
<=
Ramping @
S
e Helical —
Q interpolate @
oy milling .’
<
Plunging @]
&

Remark: ® Recommended application
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Mi"ing Milling Cutters

Overview of Milling Products

ASM90-WNO8-N| ASM90-TD15 | ASM90-SO12 | ASM90-AP10 | ASM90-AP17
\ s . P <L w &
Product family @ "%1 me):.’ %’ .
Page P317 P319 P323 P335 P337
Approach angle 90° 90° 90° 90° 90°
Max.ap (mm) 7 11 9 9 15.5
Diameter range (mm) ©40-250 ©32-250 @32-250 216-63 ©25-100
Insert type WNMU 0806.. TD..1505.. S0..1204.. AP.1003.. AP.1705..
Face milling ° ° ° ° °
Square . a O O .

shoulder milling

Slot milling

Ramping

Helical
interpolate
milling

Application

Plunging

Profile milling

Chamfer milling

Pocket milling

R UL SEU R TR )

Remark: ® Recommended application
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Milling Cutters M i I I i ng

Overview of Milling Products

ASM90-A006 | ASM90-AO10 | ASM90-AO12 | APE90-LNO9 | APE90-LN13

> - °,
Product family Q;/w !wi @ l‘@ l‘@

£ > — o o
Page P326 P328 P331 P340 P343
Approach angle 90° 90° 90° 90° 90°
Max.ap (mm) 5 9 10 46 56
Diameter range (mm) 210-25 216-40 ©20-80 ©25-50 ©40-80
Insert type AO..0602.. AO..10T3.. AO..1204.. LN..0904.. LN..1306..
Face milling ° ° ° ° °
Square O O O O O

shoulder milling

Slot milling

Ramping

Helical
interpolate
milling

Application

Plunging

Profile milling

Chamfer milling

Pocket milling

R U SR TR )

Remark: ® Recommended application
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Mi"ing Milling Cutters

Overview of Milling Products

Pocket milling

APE90-AO12 | AHM20-LN06 | AHM25-LN10 [ AHM15-XD09 | AHM15-XD12
."-—
Product family p @ i.”i e
Page P346 P350 P354 P358 P360
Approach angle 90° 20° 25° 15° 15°
Max.ap (mm) 84 0.65 1.2 1.2 1.6
Diameter range (mm) @25-80 @16-63 @25-125 ©25-50 ©32-125
Insert type AO..1204.. LN..0604.. LN..1005.. XD..0904.. XD..1205..
Face milling S@ ° ° ° ° °
Square / .
shoulder milling @
Slot milling @ ° ° ° °
<=
Ramping @ o ° ° °
S
= Helical —
ke interpolate @ L ° [ (]
o milling .’
<
Plunging @] [ [ L] (]
)
Profile milling @
Chamfer milling I%
@ ° ° ° .
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Remark: ® Recommended application




Milling Cutters M i I I i ng

Overview of Milling Products

AHM15-SD09 | AHM15-SD12 APMO00-RP APM00-RO08 | APM00-RO10

‘@ o~ )
Product family 'rﬁ;f @ e g *
— y ) : .

-
Page P365 P369 P372 P374 P378

Approach angle 15° 15° — — —
Max.ap (mm) 1.5 2.0 28 4 5

Diameter range (mm) ©25-63 @50-125 216-32 216-25 ©25-50

Insert type SD.09T3.N.. | SD.1204.N RPM RO.. 0803 RO.10T3

yp ks N.. b N 080/100/160 ks - b .
Face milling o o ° °
Square

shoulder milling

Slot milling o [

Ramping o ° ° ° °
5
e Helical
Q interpolate
o milling
<

Plunging [ L]

Profile milling

Chamfer milling

Pocket milling

R U SR TR )

Remark: ® Recommended application
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Mi"ing Milling Cutters

Overview of Milling Products

Pocket milling

APMO00-RO12 | APMO00-RO16 | APMO00-RO20 | ACM45-SD09 | ACM45-SD12
P - l—\,A
Product family W = >
Page P380 P382 P384 P386 P388
Approach angle — — — 45° 45°
Max.ap (mm) 6 8 10 5.5 7.5
Diameter range (mm) @32-80 263-100 ©100-160 212-32 @25-32
Insert type RO..1204.. RO..1605.. RO..2006.. SD..09T3..N.. SD..1204..N..
Face milling S@ ° ° °
Square /
shoulder milling @
Slot milling @
<=
Ramping @ ° o °
S
= Helical
9 interpolate @ ] o °
o milling .’
<
Plunging @]
)
Profile milling @ ° ° °
Chamfer milling I% ° °
@ . ° °
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Remark: ® Recommended application




Milling Cutters M i I I i ng

AFM42-0D06

P - =
42° Approach angle face milling cutter @ % @ § ‘3/

DCSFMS

Ko
KDP

o o
il

csoP
cBDP

< > ~ oc 5 v
Fig. 2
Dimension (mm) £ =
3| £
4 Slz|z|e
Product code = lslslgls o >|x|E = Z (| Inserts
Xlnn|lmlolo|[lO]| O[O o a > | 5| @
ol |lo|lola|O|[0|0|O|u|la|la|S|a|l8]|=
Ala|a|la|laoa|a|la|la|la|l3I|lo|lx|x|<|X=
AFM42-050-Z04-A16R-OD06-C | 50 | 60.4| 40 | 16 | - | 14| 9 | - | - | 40 | 24 | 58|84 | 3 ﬁ' 04| 4
063-Z05-A22R-OD06-C | 63 [734| 48 | 22 | - | 18 | 11| - | - | 40 | 26 | 65 |104| 3 [ |05 5
080-Z05-A27R-OD06-C |80 [90.4| 62 [ 27 | - |20 | 14| - | - | 50 | 29 | 7.2 [124| 3 |@™[10]| 5
080-Z06-A27R-OD06-C | 80 |90.4| 62 | 27 | - | 20 | 14 | - - |50 | 29 | 7.2|124| 3 ,3;' 111 6
1
100-Z06-A32R-OD06-C |100({110.4| 80 | 32 | - | 26 | 18 | - - | 50 | 32 |82 [144] 3 ﬁ' 20| 6 0OD..0605..
100-Z07-A32R-0OD06-C |100({110.4| 80 | 32 | - | 26 | 18 | - - | 50 | 32 |82 |144| 3 f" 20| 7
125-Z07-A40R-OD06-C |125(135.4| 87 | 40 | - | 33| 22| - - | 63|38 (92]|164| 3 ﬁ" 37| 7
125-Z08-A40R-OD06-C |125(135.4| 87 | 40 | - | 33 | 22 | - - | 63|38 (92]|164| 3 g" 37| 8
160-Z10-A40R-OD06 | 160(170.4{107 | 40 [66.7| - | - | 14 |20 | 63 | 32 | 9.2 [164| 3 | p#| 44|10 | 2
Note: ﬁ' With internal coolant
}*{ Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
@50-160 g ©:D] 5.0Nm
SP04512043 DT-TP20
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Mi"ing Milling Cutters

Compatible Inserts

H & ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
s (BN RN RE NE BN NN NN NN N
Dimension (mm) M
Slala|Z(Z|x|x|x|S|g
o Al Ao A o — Ao o
Product code L|IIC|S|RE|BS|IDI|AN|Q (w20 Q(L | Q|L|=(Q
alalolalalalolo|=2]a
| < | < | < | <|<|x|[<|=|=
ODET 0605APFN-FM2 63| 16 |556| 08| 1.6 |55 | 15° °
ODMT 060508EN-MM3 63| 16 |556/ 08| - |55|15°| ® | @ | ® oo
ODMT 060512EN-MM3 61| 16 |556| 12| - [65|15°| @ e} °
ODHT 0605APEN-MM3 63| 16 |556| 08 |16 |55|15°| @ | @ | ® @ e o | o [ )
ODEW 0605APSR-HR2 65| 16 |556| - | 16|55 15° oo
ODMW 060512EN-HR2 61| 16 |556| 12| - |55/ 15° oo

® : Standard stock O : Made-to-Order

Materials Cutting depth and feed
0OD..0605..
HR2 | MM3 FM2
. po— Tensile strength Hardness ap
ISO Material classification (N/mm?) (HB) fz
(mm)
min max min | max | min [ max [ min | max

015|040 (012 | 035 | - -

0.12 | 035(0.10 | 030 | - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 - - |008)|028]| - -
Precipitation-hardening stainless steel 1013 300

0.20 300 |015]040(012]035| - -

Aluminum 260 75
Aluminum alloy 447 130

- - - - 1010035

Hardened steel - 50-60HRC

H 010|025 - - - -
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Milling Cutters M i I I i ng

AFM40-ONO05 7
40° Approach angle face milling cutter @

E Wi o o2l
g ey 8| | ocees g

5
Fg\”

Docss

Dimension (mm) £ &)
S|
2] O | = (o)
Product code = lslylels o >|x|® < Z || Inserts
X |||l O|lo|lOo|lO|O O a | 5|9
o|lO|lo|lo|a|o|o|0|C|lw|a|lalS|ale|=
a|la|lala|lala|lala|la|d|lo|lx|x|<|=E
AFM40-050-Z04-A22R-ONO05-N-C | 50 [58.8 [ 47 |22 | - |18 | 11| - | - |40 | 26 | 6.5|10.4| 25 [ (® |05 4
050-Z06-A22R-ON05-N-C | 50 [588| 47 |22 | - |18 | 11| - | - | 40 | 26 | 6.5 |104] 2.5 |¢® 05| 6
063-Z05-A22R-ON05-N-C | 63 | 71852 | 22| - | 18| 11 40 | 26 | 6.5 [10.4| 2.5 ﬁ" 075
063-Z06-A22R-ON05-N-C | 63 | 71852 |22 | - |18 | 11| - - | 40| 26 | 65|10.4| 25 g‘;' 076
063-Z08-A22R-ONO05-N-C | 63 | 71852 |22 | - |18 | 11| - - | 40| 26 | 6.5|10.4| 2.5 ,f" 078
080-Z06-A27R-ONO5-N-C | 80 |888 | 62 |27 | - |20 | 14| - | - |50 |29 | 7.2 [124]25 | @™ |14 6
080-Z08-A27R-ONO5-N-C | 80 |888 | 62 |27 | - |20 | 14| - | - |50 |29 | 7.2 [124|25 | (™ |14 8
1
080-Z09-A27R-ON05-N-C | 80 | 888 | 62 |27 | - | 20| 14 | - - | 50| 29 |72|124|25 ﬁ" 1419 ON..0504..
100-Z07-A32R-ON05-N-C (100(108.8| 77 | 32 | - |26 | 18 | - - | 50|32 |82|144| 25 ﬁ' 207
100-Z09-A32R-ON05-N-C (100(108.8| 77 | 32 | - |26 | 18 | - - | 50|32 |82|144|25 ;{" 219
100-Z11-A32R-ON05-N-C (100(108.8| 77 | 32 | - |26 | 18 | - - | 50| 3282|144 25 ﬁ' 211
125-Z07-A40R-ON05-N-C (125(133.8/ 90 | 40 | - |33 |22 | - - | 63]38|92]|164|25 ﬁ" 387
125-Z09-A40R-ON05-N-C |125(1338/ 90 | 40 | - | 33 | 22 | - - | 63]38|9.2]|164|25 ﬁ" 389
125-Z14-A40R-ONO05-N-C |125(1338/ 90 | 40 | - | 33 |22 | - - | 63]38|92]|164|25 ﬁ' 38 (14
160-Z10-A40R-ONO5-N 160(168.8/107 | 40 |66.7| - - | 14| 20 | 63 | 40 | 9.2 |16.4| 2.5 ﬁ 45110] 2
Note: ,f" With internal coolant
K Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ e—
©50-160 g [[;[:U] 40Nm
SP040090 DT-TP15
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Mi"ing Milling Cutters

Compatible Inserts

il FI
r-= ® Good Conditions ® General Conditions
/ Machining conditions # Bad Conditions
s o | H O | K|0o |0 |0 |0 |
Dimension (mm) M
Slala|Z(Z|x|x|x|S|g
Insert shape Product code L|IC|S|[RE|IBS|Dl | L|8|QIL|IQFRB[L S Q
alaloled|lalalolo]|=2|a
<l |z |<|<|<|x|<|=Z| <
ONHU 050408-MM3 49 1127 | 476 | 08 - 4t | @
ONMU 050408-MM4 49 1127|476 | 08 - 4t | @ | @ o o | o
ONHU 0504ZNR-MM3 50 | 127 | 476 | 08 | 1.4 | 44 | O °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
ON..0504..
Geometry
) T Tensile strength Hardness ap MM3 MM4
ISO Material classification (N/mm?) (HB) e
(mm)
min max min max min max

010 | 025 | 0.15 | 0.35

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.08 | 020 | 0.10 | 0.25
Precipitation-hardening stainless steel 1013 300

0.20 2.50 0.10 | 025 | 0.15 | 0.35

Aluminum 260 75
Aluminum alloy 447 130

Hardened steel - 50-60HRC

H .

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Milling Cutters M i I I i ng

AFM45-SE12 P
45° Approach angle face milling cutter @
/; : Pz
Fig. 1 Fig. 2 Fig. 3
Dimension (mm) % £}
1% S| =
Product code > _lslylgls o s |x|= < Z|2| Inserts
2 8(8(8|2(2|8|8|8|«[8|8|8|5|2|2
AFM45-050-Z04-A22R-SE12-C-S |50 | 63 | 42 |22 | - |17 |11 | - | - | 40| 26 |63 (104 6 ﬁ' 04| 4
063-Z04-A22R-SE12-C-S | 63 | 76 | 47 [22 | - |17 | 11| - | - |40 [ 26 |63 [104] 6 | |06]| 4
063-Z05-A22R-SE12-C-S | 63 | 76 | 47 [ 22| - |17 | 11 40 | 26 | 63 (104 6 | |06 5|1
080-Z04-A27R-SE12-C-S |80 | 93 |58 | 27 | - |20 |135| - | - |50 [30 | 7 [124] 6 |[(™|12]4
080-Z06-A27R-SE12-C-S |80 | 93 |58 | 27 | - |20 |135| - | - |50 |30 | 7 |124| 6 ﬁ' 12] 6
100-Z05-A32R-SE12-C-S (100|113 66 |32 | - |45| - | - | - | 50|30 | 8 [144| 6 | |15]|5
100-Z07-A32R-SE12-C-S [100(113| 66 |32 | - | 45| - | - | - |50 |30 | 8 |144| 6 |(™|15|7
125-Z06-A40R-SE12-C-S [125(138|85 |40 | - | 55| - | - | - | 63|35 | 9 |164| 6 [@™|30]6 2 SE.12T3.
125-Z08-A40R-SE12-C-S |125(138|85 |40 | - | 55| - | - | - [ 63|35 | 9 [164] 6 ﬁ' 30(8
160-Z07-A40R-SE12-S 160|173 [110| 40 |66.7[ 90 | - | 14|20 | 63 (32| 9 |164| 6 |p¥|43|7
160-Z10-A40R-SE12-S 160(173|110| 40 [66.7| 90 | - |14 |20 | 63 |32 | 9 |164| 6 |p¥| 4210
200-Z08-A60R-SE12-S 200|213 140 | 60 [101.6|140| - | 18 [ 27 | 63 | 45 | 14 [257| 6 |y |63 |8
200-Z12-A60R-SE12-S 200(213|140| 60 [101.6{140| - | 18 | 27 | 63 | 45 | 14 |25.7| 6 | ¥ |65 (12 ’
250-Z10-A60R-SE12-S 250|263 160 | 60 [101.6|140| - | 18 | 27 | 63 | 45 | 14 |25.7| 6 | P |10.4]10
250-Z14-A60R-SE12-S 250|263 160 | 60 [101.6140| - | 18 [ 27 | 63 | 45 | 14 (25.7| 6 | |10.6|14
Dimension (mm) § D
Product code > » g % VA Inserts
8 | 8|8 |w|=z|8|2]|°%
AFM45-032-Z03-C32R-SE12-L120-C-S 32 45 32 120 35 6 _ﬁ" 0.6 3
040-Z03-C32R-SE12-L120-C-S | 40 53 32 | 120 | 35 6 ™ | o8 s | T

Note: ﬁ' With internal coolant
X Without internal coolant
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M i "ing Milling Cutters

AFM45-SE12
45° Approach angle face milling cutter

@\

\ 8
Dimension (mm) £ D
S =
o =
Product code . % § E ._5’ z Inserts
= [}
Q
8l a|a| s | 3| %] 2=
AFM45-032-Z03-W32R-SE12-C-S 32 45 32 100 35 6 ﬁ' 0.6 3
. SE.12T3.
040-Z03-W32R-SE12-C-S 40 53 32 100 35 6 o 0.6 3
Note: [;‘ With internal coolant
X Without internal coolant
Cutter diameter Spare parts
(mm) Screw Wrench Shim Shim screw Shim screw wrench| Torque
=) —
©32-250 g U::E:UJ \/I\U/ 3.5Nm
SP035120H DT-TP15 S-SE12030 SS050085F LT-H3.5
Compatible Inserts
3
RE = \ 7
o I H ® Good Conditions ® General Conditions
/] s Machining conditions # Bad Conditions
© 7
= % O O O G| K| o 0 0 | | o
Dimension (mm) M H
Slala|Z|Z (xSl
Insert shape Product code IC| S |RE|BS|DI|AN | |p|la|b|Q|(g|lo(2|g|®
alalolalalalo|=2|ala
||| || <[ Q||| <
SEHT 12T3AEEN-FM2 134397 | 15 | 23 | 41 | 20° o
SEMT 12T3AEEN-MM3 134 (397 | 15 | 20 | 41 | 20° | ® e o 0 o °
SEGT 12T3AEEN-MM4 134397 | 15 | 21 | 41 | 20° | ® ° °
SEMT 12T3AEEN-MM4 134397 | 15 | 20 | 41| 20° | ® e o 0o 0 |0
SEMT 12T3AEEN-MR6 134 (397 | 15 | 20 | 41 | 20° oo o

@ : Standard stock O : Made-to-Order
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Milling Cutters M i"ing

Compatible Inserts

%,

g _ } ® Good Conditions @ General Conditions

" 2 Machining conditions # Bad Conditions
A o ® O O R | o 0|0 8|
Dimension (mm) M H
olala|Z(Z|¥(x|S gl
— | Y= | = | = | = | S —
Insert shape Product code W1| S |RE[BS|D1|AS | |olwlw Qv L c|Q|w
alalolalalalo|=]ala
| < | < | < | <|<|x|[=|<|=

° SEHT 12T3AEEN-W 134|397 | 15 | 7.8 | 41 | 29° | ® °

® : Standard stock O : Made-to-Order

Precaution
When installing the wiper insert, refer to the left Fig. below (for example, the right-hand cutter); if
installed as shown in the right Fig., the wiper effect will not be achieved.

SO

Materials Cutting depth and feed
SE..12T3.
Geometry
I1SO Material classification Ten?illle/;tr;ez?gth Ha(ﬁgc)ess < MRe | MM flz MM3 M2
(mm)
min [ max | min [ max | min | max [ min | max | min | max

0.10(0.35(0.10/0.30|0.05|0.28 | - -

0.15(0.30(0.12/0.28|0.05|0.28 | - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.05|0.40(0.05/0.40|0.10{0.40 | - -
Precipitation-hardening stainless steel 1013 300

0.20{6.00/0.10(0.40{0.10|0.40|0.10 | 0.40 | - -

Aluminum 260 75
Aluminum alloy 447 130

- - - - - - 10.10(0.22

- - - - 10.10(040| - -

Hardened steel - 50-60HRC
H - | - lo10|030|010|030| - | -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM45-SD09 ”~ g
45° Approach angle face milling cutter @ é @
—
8 G .

Di i =

imension (mm) g

[%2] )

Product code E S|y o s | = 5 Z Inserts
x|lao|oa| ol O a | a S @]
vo|lO0O|O0|lo|Oo|O|lu|la|lal=]|E& =
Aa|lala|la|la|la|I|lo|lx || <

AFM45-032-Z04-A16R-SD09-C 32 [416] 30 | 16 | 14 9 40 | 24 | 58 | 84 4 0.3 4
040-Z05-A16R-SD09-C | 40 | 49.6| 35 | 16 | 14 9 40 | 24 | 58 | 84 4 0.4 5
050-Z05-A22R-SD09-C 50 | 59.6 | 42 22 18 11 40 26 6.5 | 10.4 4 0.5 5)
050-Z06-A22R-SD09-C 50 | 59.6 | 42 22 18 11 40 26 6.5 | 10.4 4 0.5 6
063-Z05-A22R-SD09-C 63 | 72.6 | 42 22 18 11 40 26 6.5 | 10.4 4 0.7 5

063-Z07-A22R-SD09-C | 63 726 | 42 | 22 | 18 | 11 40 | 26 | 65 | 104 4 0.7 7 | SD.09T3.EN..

R B ¥ ¥ B ¥ ¥ ¥ ¥ ¥|Internal coolant

080-Z06-A27R-SD09-C | 80 [89.6| 42 | 27 | 20 | 14 | 50 | 29 | 7.2 |124| 4 1.4 6
080-Z09-A27R-SD09-C | 80 |89.6| 42 | 27 | 20 | 14 | 50 | 29 | 72 |124| 4 1.4 9
100-Z07-A32R-SD09-C | 100 [109.6| 80 | 32 | 26 | 18 | 50 | 32 | 82 144 | 4 23 7
100-Z11-A32R-SD09-C | 100 [109.6| 80 | 32 | 26 | 18 | 50 | 32 | 82 144 | 4 23 [ M
125-Z08-A40R-SD09-C | 125 [134.6| 87 | 40 | 33 | 22 | 63 | 38 | 92 (164 | 4 4.1 8

L 5@
il
1]

APMX

Dimension (mm) § &)
S =
O +
Product code . % § = ._5’ YA Inserts
= (]
Q
gl 28| 8| s | S| | £]| =
AFM45-016-Z02-W16R-SD09-C 16 252 16 90 25 4 ﬁ' 0.2 2
020-Z02-W20R-SD09-C 20 | 292 | 20 | 110 | 27 4 ™ | 03 2
. SD..09T3..EN..
025-Z03-W25R-SD09-C 25 34 25 120 27 4 =~ 0.5 3
032-Z203-W32R-SD09-C 32 41 32 120 31 4 ,f;' 0.7 3

Note: g;' With internal coolant
X Without internal coolant
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Milling Cutters M i I I i ng

. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| — —
3.5Nm
ST040075 DT-T15
©40-125 SP040090 DT-TP15

Compatible Inserts

&

4y

&J 3 ® Good Conditions @ General Conditions
& Re - Machining conditions # Bad Conditions
\& . s o[/ |[o|@|[B]|e[e][e]es
&
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
=|=|=|= =|l=|=/8
Insert shape Product code IC| S |RE|BS|DI|AN|Qg|w b w|Qfn|aL] =
alalolalalalolo|=2|a
| < | < | < | <|<|x|<|=Z|=<
SDMT 09T304EN-MM3 9525|397 | 0.4 - 44 | 15° | @ | @ | @ L)
SDMT 09T308EN-MM3 9525|397 | 0.8 - 44 | 15° | @ | @ o | e
SDGT 09T3AEEN-MM4 9252|397 | 03 | 14 | 44 | 15°| O| O
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..09T3..EN..
Geometry
. I Tensile strength Hardness ap MM3 MM4
ISO Material classification (N/mm?) (HB) =
(mm)
min max min max min max

0.08 | 030 | 0.10 | 0.32

0.05 | 0.28 | 0.08 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.05 | 0.25 | 0.08 | 0.28
Precipitation-hardening stainless steel 1013 300

0.20 4.00 0.08 | 0.30 - -

Aluminum

Aluminum alloy

H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM90-SD09

90° Approach angle face milling cutter

DCSFMS

KDP

KWW

3

@\

™
gl -

DCCB2
DCCB1

{g

LF

L

APMX

4 268

Dimension (mm) £ =
5 | =
Product code g § E z Inserts
E m 0 o = X 2 Koy
|l ol Q| O o | a S £ ]
ol 0 |lo | OO |lu|la|lalsla| e]|=
a|loa|lo|laoa|la|l3d|lo|lx| | < | =
AFM90-040-Z04-A16R-SD09-C 40 35 16 14 9 40 24 | 58 | 84 7 ﬁ' 0.3 4
050-Z05-A22R-SD09-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 7 | @™ | 04 | 5
063-Z06-A22R-SD09-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [ 104 | 7 | @™ | 06 | 6 |SD.09T3.EN.
080-Z208-A27R-SD09-C 80 52 27 20 14 50 29 72 | 124 7 ,5;' 1.2 8
100-Z10-A32R-SD09-C | 100 | 80 | 32 | 26 | 18 | 50 | 32 | 82 [144| 7 | (™ | 21 | 10
| ()0
J s
APMX
LH
LF
Dimension (mm) E =
S =
O 4+
Product code % § i 5 z Inserts
= o
[J]
8 8 Wy T % £ =
AFM90-025-Z02-W25R-SD09-C | 25 25 120 27.7 7 o 0.4 2
. SD..09T3..EN..
032-Z03-W32R-SD09-C 32 32 120 324 7 o 0.7 3
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©25-32 g O::D]
3.5Nm
ST040075 DT-T15
@40-100 SP040090 DT-TP15

e 4 . .
Note: (™ With internal coolant
}*{ Without internal coolant



Milling Cutters M i"ing

Compatible Inserts

=2
RE ’/
il
(7@
g I‘& ): 5 ® Good Conditions @ General Conditions
‘M&‘—%M %; Machining conditions # Bad Conditions
- o @ o ||| 00|02
Dimension (mm) M
S(ola|=Z|=|x x| x|[X|n
— — — — o | — — — 8 [s2]
Product code IC S |RE|BS|D1[AN|w(wle|0|Q|Q(R[L|=|2
alalo|lalalolalol=2]a
<|l< || <|<|<|<|<|=<| <
SDMT 09T304EN-MM3 9525(397 | 04 | - |44 | 15° | @ @ | @ oo
SDMT 09T308EN-MM3 9525/397| 08 | - | 44 | 15° | @ | @ o °
SDGT 09T3PDER-MR6 9516397 | 08 | 1.2 | 44 | 15° | O | ® [ )
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..09T3..EN..
Geometry
i MR6 MM3
ISO Material classification Ten?:le/;t;ez?gth Ha(rﬂ S)ess ap t
(mm)
min max min max min max

0.10 | 035 | 0.08 | 0.30

0.08 | 0.30 | 0.05 | 0.28

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 - - 0.05 | 0.25
Precipitation-hardening stainless steel 1013 300

0.20 7.00 0.10 | 035 | 0.08 | 0.30

Aluminum 260 75
Aluminum alloy 447 130

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM89-SD09 7
89° Approach angle face milling cutter @
é ’JML\ DCSFMS
8 mill
= % . - g s
— P, él/// I Z
o | L=
Fig. 1 Fig. 2
Dimension (mm) E D
2 8| <
Product code > S| o < | = | 5|2 2 Inserts
@ la|lO]|Q Slal3|S]| ]|
ol |lo |0 |0 |u|la|la|lS|&E|L]|=
ala|la|la|la|dJ|lo| x|« |<| =
AFM89-040-Z04-A16R-SD09 40 | 35 | 16 | M8 | - |40 | - |58 |84 7 [PE |02 4 |1
050-Z05-A22R-SD09 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104| 7 | p¥ | 03| 5
SD..09T3..N..
063-Z06-A22R-SD09 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 | 104 Y |os| 6 |2
080-207-A27R-SD09 80 [ 62 | 27 | 20 | 14 | 50 | 29 | 72 [124| 7 | pE 11| 7
Note: AFM89-040-Z04-A16R-SD09 is connected using a dowel screw.
==
LF
Dimension (mm) g =
] =
O )
Product code % § Té % z Inserts
[
B | 8 | & | 5 | & | 28| =
AFM89-025-Z02-W25R-SD09 25 25 100 42 7 pod 03 2
032-Z03-W32R-SD09 32 32 110 48 7 pod 0.6 3 SD..09T3.N..
040-Z04-W40R-SD09 40 40 120 47 hod 1.0 4
CRKS
g
OAL
Dimension (mm) £ =
S =
Product code % — - ‘—‘; % YA Inserts
o | 8|8z S|z | k|82
a a a o 5 O < E =
AFM89-025-Z02-M12R-SD09 25 23 | 125 | 57 3 | M2 | 7 | ¥ | 01| 2
032-Z02-M16R-SD09 32 29 17 64 40 M16 7 ¥ | 02 2 | SD.09T3.N..
032-Z03-M16R-SD09 32 29 17 64 40 | M16 7 | ¥ | 02 | 3

Note: ,f;' With internal coolant
X Without internal coolant
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Milling Cutters M i I I i ng

Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©25-80 g @m 30Nm
SP035086 DT-TP10

Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
O O 6 O K| o 0 0|0 ¥
Dimension (mm) M
ol2la|Z(Z|¥(x|¥|35|g
Insert shape Product code IC S RE D1 AN | oo ]io o) (o]0 S Q
ala|lolalalalo|lo|2|a
||| ||| ||| <
y SDMT 09T308N-MM4 9525 | 397 | 08 39 15° | @ e o o °
-
\ " 4 SDMT 09T320N-MM4 9520 | 397 | 20 39 15° | @ o oo ° °
r SDMT 09T308N-MR2 9.525 | 3.97 0.8 3.9 15° [} o o o [ )
<)
SDMT 09T320N-MR2 9.520 | 3.97 2.0 39 15° [ ] e o o [ )
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..09T3.N..
Geometry
. I Tensile strength Hardness ap MM4 MR2
ISO Material classification (N/mm?) (HB) g
(mm)
min max min max min max

0.05 | 025 | 0.05 | 0.35

0.05 | 0.22 | 0.05 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 - - 0.08 | 0.35
Precipitation-hardening stainless steel 1013 300

m 0.10 7.00 0.08 | 0.30 | 0.08 | 0.30
Aluminum
Aluminum alloy
B 0.05 | 0.30 - -
H Hardened steel - 50-60HRC ~ B B ~
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Mi"ing Milling Cutters

AFM45-SD12
45° Approach angle face milling cutter

@\
il

DCSFMS
Dce

KDP

w,
J

cBDP

1
b

pces?

j2cc8z oc

DceBt Dex

APMX

Dimension (mm) § =
o=
Product code 2 S|z Z Inserts

E o o o = X s Koy

x|l | ol Ol O o | a b £ @]

ol |lo|lo|o|O|luw|la|lalS|&| e]|=

alaoa|la|la|la|la|ld|lo| x|« | < | =
AFM45-050-Z04-A22R-SD12-C 50 | 63 | 42 | 22 | 18 | 1 40 | 26 | 65 | 104| 6 f" 0.5 4
063-Z05-A22R-SD12-C | 63 | 76 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [104| 6 | (™ | 06| 5
080-Z06-A27R-SD12-C | 80 | 93 | 52 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 M [ 11| 6 |SD.1204.EN..
100-Z07-A32R-SD12-C | 100 | 113 | 80 32 26 18 50 32 8.2 | 14.4 6 f;' 2.0 7
125-Z08-A40R-SD12-C | 125 | 138 | 87 40 33 22 63 38 9.2 | 16.4 6 ﬁ 3.8 8
Note: ,f;' With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
@50-125 g D::D] 5.0Nm
SP04511555 DT-TP20
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Milling Cutters M i"ing

Compatible Inserts

|
L
5 ® Good Conditions @ General Conditions
i Machining conditions # Bad Conditions
@54 o 0| O O |R|0o|0o| 0|0 | B
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
o Al Ao A o — Ao o
Insert shape Product code IC S |RE|BS|D1[AN|w(wle | L|Q v Q[L|=|2
alalolalalalolo|=2|a
<|l<|I|<|<|<|=x|x|=<|<
SDMT 120408EN-MM4 127 476 08 | - | 55|15 |e | @ | @ o oo
SDMT 120412EN-MM3 127 | 476 | 1.2 - 55| 15°| @ | @ | O °
SDKT 1204AEEN-MR2 127 | 476| 23 | 15 | 55 | 15° | © ° °
. - S
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..1204..EN..
Geometry
i MR2 MM4 MM3
ISO Material classification Tenilllle/;tr;ez?gth Ha(ﬁ;)ess a | =
(mm)
min max min | max | min [ max | min | max

0.15| 0.30 | 0.15 | 0.30 [ 0.12 | 0.28

0.15| 0.25 [ 0.15 | 0.25 [ 0.10 | 0.25

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.12 | 0.25 ( 0.10 | 0.25 [ 0.08 | 0.20
Precipitation-hardening stainless steel 1013 300

0.20 600 |0.12|0.28 (0.10 | 0.25| 0.10 | 0.22

Aluminum 260 75

Aluminum alloy 447 130

- - 008|020 - -

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM90-SD12

90° Approach angle face milling cutter

|—

KDP

@\

CBDP

Dimension (mm) § &)
5 =
Product code g § E YA Inserts

& = | 2 o x| x| 2|

%) m Q (] a o S = @]

ol O |lo | O | O |lu|la|lals|l&| &=

la la la la la - (@} X & < <
AFM90-050-Z04-A22R-SD12-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 [104 | 11 | f® | 03 | 4
063-Z05-A22R-SD12-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 11 | @™ | 05 | 5
080-Z06-A27R-SD12-C | 80 | 52 | 27 | 20 | 14 | 50 | 29 | 72 [ 124 | 11 | @ | 1.1 | 6 | SD.1204.EN.
100-Z08-A32R-SD12-C 100 80 32 26 18 50 32 82 144 | 1 ﬁ' 2.0 8
125-Z10-A40R-SD12-C 125 87 40 33 22 63 38 92 [ 164 | 11 ﬁ' 3.8 10
Note: ,f;' With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
@50-125 g ©::D] 5.0Nm
SP04511555 DT-TP20
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Compatible Inserts

< C) BRI ® Good Conditions @ General Conditions
&& . Machining conditions # Bad Conditions
T R (B A K AR A KN RNERE
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
o Al Ao A o — Ao o
Insert shape Product code IC S |RE|BS|D1[AN|w(wle | L|Q v Q[L|=|2
alalolalalalolo|=2|a
<|l<|I|<|<|<|=x|x|=<|<
SDMT 120408EN-MM4 127 476 08 | - | 55|15 |e | @ | @ o oo
SDMT 120412EN-MM3 127 | 476 | 12 | - 55| 15° | @ | @ | O °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..1204..EN..
Geometry
i MM4 MM3
ISO Material classification Ten?:le/:]t;ez?gth Ha(rﬂ S)ess ap t
(mm)
min max min max min max

0.15 | 030 | 0.12 | 0.28

0.15 | 0.25 | 0.10 | 0.25

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10 | 0.25 | 0.08 | 0.20
Precipitation-hardening stainless steel 1013 300

0.20 11.00 0.10 | 025 | 0.10 | 0.22

Aluminum 260 75
Aluminum alloy 447 130

0.08 | 0.20 - -

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM89-SD12
89° Approach angle face milling cutter

- e
- L
2 V.t
i LB o

@\

CBDP
KDP
X
=
=

LF

APMX

2
GO

Dimension (mm) £ &)
5 | =
Product code 2 S E z Inserts

= o | @ o z | % T | o

n | o O o a | a b = ]

ol O |lo | O | O |lu|la|lals|l&| &=

a|lo|loa|la|la|3dI|lo|lx| x| <| =
AFM89-050-Z04-A22R-SD12 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 |104| 9 | PE| 03 | 4
063-Z05-A22R-SD12 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [104| 9 | ¥é | 05 | 5
080-Z07-A27R-SD12 80 | 62 | 27 | 20 | 14 | 50 | 29 | 72 | 124 e 1|7
SD..1204.N..
100-Z08-A32R-SD12 100 | 80 32 26 18 50 32 82 | 144 9 ﬁ 1.7 8
125-Z09-A40R-SD12 125 | 87 40 33 22 63 38 92 | 164 9 ﬁ 3.0 9
125-Z10-A40R-SD12 125 | 87 | 40 | 33 | 22 | 63 | 38 | 92 |164| 9 | P& | 30| 10
Note: f" With internal coolant
K Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©50-125 g U::[:D] 3.5Nm
SP040112 DT-TP15
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Compatible Inserts

il
[
{ 'SI ® Good Conditions @ General Conditions
@ Machining conditions # Bad Conditions
s o OB O O % o 0 0|0 ¥
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
o Al Ao A o — Ao o
Insert shape Product code IC S RE D1 AN | ol lL| QoS0 =]
alalolalalalolo|=2|a
<|l<|I|<|<|<|=x|x|=<|<
SDMT 120408N-MM4 127 | 476 | 08 44 | 153° [ @ o o o °
— SDMT 120420N-MM4 127 | 476 | 20 | 44 | 153 | O o
SRy SDMT 120425N-MM4 127 | 476 | 25 | 44 | 153 ole o
SDMT 120430N-MM4& 127 | 476 | 3.0 44 | 153° 0 °
s SDMT 120408N-MR2 127 | 476 | 08 44 | 153° [ @ o o oo °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..1204..N..
Geometry
i MM4 MR2
ISO Material classification Ten?:le/;t;ez?gth Ha(rﬂ S)ess ap t
(mm)
min max min max min max

0.10 | 0.30 | 0.10 | 0.35

012 | 0.25 | 0.10 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.20 | 0.10 | 0.30
Precipitation-hardening stainless steel 1013 300

0.20 9.00 0.10 | 0.30 | 0.10 | 0.35

Aluminum 260 75
Aluminum alloy 447 130

0.06 | 0.12 - -

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM45-SN12
45° Approach angle face milling cutter

@\

DCSFMS

ocs
Kw) —
| N
8| |occss {wx‘

KDP.

1]

cBDP

T
Il
I

pccs2 .

DBt
jeDCCBL

APMX.

N
|
;
e [

Dex

Fig. 1 Fig. 2
Dimension (mm) £ =
o | X
Product code 2 S|z Z |2 Inserts
z ~ |n|2|2|& a 2| X T > =
X|loalml O |OlQ|O]|Q [y =% S|l 5|9
ol |o|o| @ |O(o|0|C|u|m|alS|a|l 8=
ala|ala| o |alalalali|o|s|<|<]|E
AFM45-050-Z04-A22R-SN12-N-C | 50 | 64 | 47 | 22 | - |18|11| - | - [40 |26 65[10.4) 6 | (™ |05 4
050-Z06-A22R-SN12-N-C | 50 | 64 |47 | 22| - |18[11| - | - |40 |26 (65[104/ 6 | (™ |05 6
063-Z04-A22R-SN12-N-C | 63 | 77 |52 |22 | - |18 11 40 [24.5)6.3(10.4 6 | (™ |07 | 4
063-Z06-A22R-SN12-N-C | 63 | 77 |52 | 22| - [18|11| - | - |40 |26 |65/104 6 | (™ |0.6]| 6
063-Z08-A22R-SN12-N-C | 63 | 77 |52 | 22| - [18|11| - | - |40 |26 |65/104 6 | (™| 06| 8
080-Z04-A27R-SN12-N-C | 80 | 94 |62 |27 | - |20|14| - | - |50 (30| 7 [124] 6 | (™ 13| 4
080-Z05-A27R-SN12-N-C | 80 | 94 |62 |27 | - |20|14| - | - |50 (29 (7.2[124) 6 | @™ 12| 5 | 1
080-Z07-A27R-SN12-N-C | 80 | 94 | 62 | 27 | - |20|14| - | - |50 |29 |7.2\12.4/ 6 (™ |12] 7 SN 1206ANN..
100-Z06-A32R-SN12-N-C |100| 114 | 77 | 32 | - |26[18| - | - |50 |32|82[144/ 6 ™ [18] 6 SN..1206.
100-Z08-A32R-SN12-N-C |100| 114 | 77 | 32 | - |26(18| - | - |50|32|8.214.4 6 [ (™| 18] 8
125-Z07-A40R-SN12-N-C |125| 139 | 90 | 40 | - |33 (22| - | - | 63|38|9.2[164 6 [ (™ |38]| 7
125-Z08-A40R-SN12-N-C |125| 139 | 90 | 40 | - |33 (22| - | - | 63|38|9.2/164 6 | (|38 8
125-Z10-A40R-SN12-N-C | 125|139 | 90 | 40 | - [33[22| - | - [63|38|9.2[164 6 | @™ |3.7] 10
160-Z10-A40R-SN12-N  [160 | 174 [107| 40 | 667 | - | - [ 14|20 | 63 |30|9.2|16.4 6 | ¥ |47 | 10
200-Z14-A60R-SN12-N (200 214 [130| 60 [101.6| - | - | 18|27 |63 | 45 [14.225.6) 6 | p®|7.2| 14 | 2
250-Z16-A60R-SN12-N  [250| 264 |180| 60 [101.6| - | - | 18|27 | 63 | 45 [14.2[25.6] 6 | P# |13.0| 16
~ =t
E Tt
Dimension (mm) £ =
o | X
2 8| %=
Product code b 0| |[w]| o =<5 Z Inserts
o ||| n|m|m o z(x|gl2
Xyl O QO l1O[O]|0O[0O [N N D = 7]
o|l0|0|o|a|ald(o|0|0|(u|a|lalS|E|8|=2
ala|lalala|ao|alalalali|o|x|<|<|E
AFM45-315-Z14-A60R-SN12-M (315|329 (220 60 [101.6[177.8 18 | 27 | 22 | 33 | 63 | 52 [14.225.6 6 | P®|26.8) 14 | s\ 1206ANN
SN..1206..

Note: g;' With internal coolant
X Without internal coolant
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Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
50-315 g U\/;[:D] 35Nm
SP050120 DT-TP20
Cartridge Cartridge screw  [Cartridge screw wrench Wedge Wedge screw Wedge screw wrench
EN(IPZAN
B
C-SN1242-62-45 ACH622 LT-H5 AWG-6H-6 AWCHé624 LT-H3
Compatible Inserts
’%X} % A
< \ \C)/ & ©® Good Conditions @ General Conditions
}49 ® AL Machining conditions # Bad Conditions
e X LI AN E
Dimension (mm) M
olola|Z(Z||x|x|S|g
Insert shape Product code IC S RE BS | D1 |29 |L| 22|98k = S
alalOolalalalOf O ; a
||| || ||| <
%"] SNHX 1206ANN-FM2 127 | 624 | 05 | 17 | 55 °
u SNGX 1206ANN-MM3 127 | 624 | 04 | 1.8 | 55 |e | @ | @ o o |0
SNMX 1206ANN-MM3 127 | 625 | 04 | 18 | 55 (e | @ | O oo
n SNGX 1206ANN-MM4 127 | 622 | 04 | 18 | 55 | ® ° oo °
SNMX 1206ANN-MM4 127 | 622 | 04 1.8 556 (e | e | @ o o 0 o
n SNGX 1206ANN-MR6 127 | 625 | 04 | 1.8 | 55 |®e | @ | O o o |0
SNMX 1206ANN-MRé6 127 | 625 | 04 | 18 | 55 |0 | @ | O o oo
n SNGX 1206ANN-RR2 127 | 629 | 05 | 1.7 | 55 [0 | @ | O e e | O

@ : Standard stock O : Made-to-Order

g\ oS ® Good Conditions @ General Conditions
\ Machining conditions # Bad Conditions
s o H| 0| | 8|0 |0 |0 |0 |
Dimension (mm) M
o|2la|Z(Z|¥(x|¥|S5|g
Insert shape Product code INSL| IC | S |RE[BS|D1 |2 |3|2|8((Q|]]|e|2|2
alalolalalalO] O ; o
||| ||| << < | <
° SNHX 1206ANN-W 151127 |615| 12 | 47 | 55 | @ oo e

@ : Standard stock O : Made-to-Order
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Compatible Inserts

— RE

® ® A
e m 5 " "
&%.h ® Good Conditions @ General Conditions
A v Y Machining conditions # Bad Conditions
L s | o[a[aa[x[efefefels
Dimension (mm) M
Slola|Z|Z|x(x|¥|35|g
—|=|=|= =|=[=1]8
Insert shape Product code IC S RE BS I FE S | B SR S 2 =2 S
alalolalala|lo|lo|=2|a
(|| <[ << | << | << | <
u SNMX 120612-MM3 127 | 640 | 12 = 55 o | |0 o o |0
SNGX 120608-MM4 127 | 643 | 08 - 55 (e | e | @ o oo
SNGX 120612-MM4 127 | 6.38 1.2 - 55 | @
u SNMX 120608-MM4 127 | 643 | 08 = 55 (e | @ o oo
SNMX 120612-MM4 127 | 6.38 1.2 - 55 || @ | @ oo | o
SNMX 120620-MM4 127 | 6.28 2.0 - 55 ® | O e | o | o
SNMX 120630-MM4 127 | 614 3.0 - 55 )
n SNMX 120612-MR6 127 | 641 | 12 - 55 (e @ | @ e oo
n SNMX 120612-RR2 127 | 6.44 1.2 - 55 |e | @ | O e | o
SNMX 120620-RR2 127 | 6.34 2.0 - 5.5 oo o | e
n SNMX 120612R-MM4 127 | 685 | 1.2 - 55 |e | @ | O L
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SN.. 1206..
Geometry
Tensile
MM3 MM4 MRé6 RR2 FM2
ISO Material classification strength Ha(lggc)ess < |
(N/mm?) fz
(mm)
max | min [ max | min [ max | min | max | min [ max | min | max
0.1510.35(0.180.38|0.18|0.40| 0.18 | 0.45 | - -
0.1210.32(0.15]0.35]|0.15|0.38| 0.15 | 0.38 | - -
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0121030012032 - - - - - -
Precipitation-hardening stainless steel| 1013 300
m 0.20 | 6.00 [ 0.15]0.35|0.180.38| 0.18 | 0.40 [ 0.18 | 0.45 | - -
Aluminum
- - - - - - - - - 1015035
Aluminum alloy
a 0.10|025(0.12|0.28| - - - - - -
H Hardened steel - 50-60HRC B B B B B . ) . ) .
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFM75-SN12 .
75° Approach angle face milling cutter @
[V = =
| v 9 [l 8
- | 1 [J F i
| Sl ‘
Fig. 1 Fig. 2 =
Dimension (mm) £ =
5 | =2
Product code g S|z Z | 2| Inserts
z ~ |28 & a 2| X% T > =
X |la|lm|lo|lolo|o|Q oo S| E| @
o0 [0|lo|a|0|0|0|0|u|lalalS|a| e8|
ala|a|a|la|a|lalala|Id|o|x|<|<|=E
AFM75-050-Z04-A22R-SN12-N-C | 50 | 56 |42 | 22| - [18|11| - | - | 40|26 |6.5[10.4 8 | (™| 04| 4
063-Z06-A22R-SN12-N-C | 63 | 69 |52 (22| - |18 11| - | - [40|26|65[104/ 8 | ™ |06| 6
080-Z07-A27R-SN12-N-C [ 80 | 86 | 62 |27 | - [20|14| - | - |50(29|7.2[12.4) 8 | @™ |13]| 7
1
100-Z08-A32R-SN12-N-C |100| 106 | 67 | 32 | - [26|18| - | - | 50|32 |8.214.4| 8 g;' 191 8
SN..1206ENN..
125-Z08-A40R-SN12-N-C |125| 131 |90 | 40 | - [33|22| - | - | 63|38|9.2(16.4| 8 g" 35| 8 SN.1206..
125-Z10-A40R-SN12-N-C 125|131 | 90 | 40 | - |33|22| - | - | 63|38(9.2(16.4 8 g;' 38| 10
160-Z10-A40R-SN12-N 160| 166 |107| 40 |66.7| - | - |14 |20 | 63 |30 (9.2({16.4 8 ﬁ 47 (10
200-Z14-A60R-SN12-N 200| 206 [130| 60 [101.6] - | - | 18|27 | 63|45 [14.2]256 8 | P& | 74| 14| 2
250-Z16-A60R-SN12-N 250 256 |180| 60 |101.6] - | - |18 |27 | 63 | 45 |14.2125.6| 8 ﬁ 13.4( 16
Note: f"' With internal coolant
ﬁ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©50-250 g C[ﬂ] 3.5Nm
SP050120 DT-TP20
Compatible Inserts
= | L 7
® &\ q
¢ C) ° d Cond | Cond
® Good Conditions @ General Conditions
@%.4 7 Machining conditions # Bad Conditions
\.S_ o O O O B |(e 0o 0|0 B
Dimension (mm) M
ol2la|Z|Z|x(x|x|35|g
Insert shape Product code IC S RE | BS | D1 || ©|® 5 S E 2% = <
alalOjla)la|lalO| O ; o
<| <[ <|<|<|<|<|<|=<|<
n SNGX 1206ENN-MM3 127 | 636 | 08 | 12 | 55 |e | e |O oo O
SNGX 1206ENN-MM4 127 | 634 | 08 12 55 (e | e | @ L)
SNMX 1206ENN-MM4 127 | 634 | 08 12 5.5 ¢} °
n SNGX 1206ENN-MRé 127 | 632 | 08 | 12 | 55 |e e | @ oo

@ : Standard stock O : Made-to-Order
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Compatible Inserts

5]

NI
)

Q*ﬁ& 1 I e . B ® Good Confi?tions ® General Conditions
L= 7 Machining conditions # Bad Conditions

\\ ¢ éﬁ I E I KR RE
Dimension (mm) M

Slala|Z(Z|x|x|x|S|g

Insert shape Product code INSL| IC | S |RE[BS | D1 3|82 (2(g|gl=|2]2

||| ||| <[ < | < | <

u SNHX 1206ENN-W 13.66| 127 | 624 | 06 | 48 | 55 | ® ° °

@ : Standard stock O : Made-to-Order

Compatible Inserts

kje

= 5 ® Good Conditions @ General Conditions
éum 7 Machining conditions # Bad Conditions
[ s ] e [o[a[g[e[e[e]e %
Dimension (mm) M
olola|Z|3|x¥(x|x|35|g
Insert shape Product code IC S RE BS D1 § % = % 9 E § = §
aleloldlala|la|lo]=|a
||| ||| << || <
n SNMX 120612-MM3 127 | 640 | 1.2 = 55 [0 | @ | O oo |0
SNGX 120608-MM4 127 | 643 | 08 - 55 |® | @ | @ o o | o
SNGX 120612-MM4 127 | 638 | 12 - 55 | ®
u SNMX 120608-MM4& 127 | 643 | 08 - 55 |e® | @ e oo
SNMX 120612-MM4 127 | 638 | 12 - 55 |e | e | @ e oo
SNMX 120620-MM4 127 | 628 | 20 - 5.5 ® | O e oo
SNMX 120630-MM4 127 | 614 | 3.0 - 5.5 °
n SNMX 120612-MR6 127 | 641 | 1.2 - 55 |@ | @ | @ o o |0
u SNMX 120612-RR2 127 | 644 | 12 - 55 (@ | ® | O L)
SNMX 120620-RR2 127 | 634 | 20 - 55 o0 oo
n SNMX 120612R-MM4 12.7 | 685 | 1.2 - 55 |e | @ | O T

@® : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
SN.. 1206..
Geometry
. o Tensile strength Hardness ap MM3 | MM4 | MR6 RR2
ISO Material classification (N/mm?) (HB) s
(mm)
min [ max [ min | max | min | max | min | max

0.12(0.32(0.19/0.35|0.15|0.38 | 0.18 | 0.40

0.10(0.30(0.12|0.32|0.10 | 0.35(0.15|0.35

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10|0.28(0.10|0.30| - - - -
Precipitation-hardening stainless steel 1013 300

0.20(8.00(0.12/0.32|0.15/0.35|0.12|0.35|0.18 | 0.40

Aluminum

Aluminum alloy

0.10(0.22|0.10|0.25| - - - -

Hardened steel - 50-60HRC

H - - - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AFM88-SN12
88° Approach angle face milling cutter

KDP

@\.

= | 21‘ ccag|
a 0 Z
% | %
Fig. 1 Fig. 2
Dimension (mm) < =
5|2
Product code 2 o E Z|2| Inserts
E — |23 2D a z | X T | > iC
Xloalmalolo[lO]OQ]| O Q| a 2| 5|2
olO|0|lo(a|O0|0|C|0|lu|lma|lalS|alg|=2
a|la|a|la|la|a|a|la|lald|o|x|<|<]|E
AFM88-050-Z04-A22R-SN12-N-C 50 | 51 |42 |22| - [18 | 11| - - |40 | 26 | 65104 9 ﬁ' 04| 4
063-Z04-A22R-SN12-N-C |63 | 64 |52 (22| - |18 | 11| - | - | 40| 25|63 (104 9 [(®|06] 4
063-Z06-A22R-SN12-N-C |63 | 64 |52 (22| - |18 11| - | - | 40| 26 | 65[104] 9 (™ |06] 6
080-Z04-A27R-SN12-N-C |80 | 81 (62|27 | - |20 |14 | - - | 50]30(70|124| 9 4"' 12| 4
080-Z07-A27R-SN12-N-C |80 | 81 (62|27 | - |20 |14 | - - | 5029 (72|124| 9 ﬁ' 1217 |1
SN..1206ZNN..
100-Z08-A32R-SN12-N-C (100|101 |77 | 32| - |26 |18 | - - | 50| 32|82|144| 9 ﬁ' 18] 8 SN.1206..
100-Z11-A32R-SN12-N-C |100| 101 | 77 |32 | - |26 | 18 | - - | 50| 3282|144 9 ﬁ' 1.6|11
125-Z10-A40R-SN12-N-C (125126 |90 | 40| - |33 |22 | - - | 633892164 9 ﬁ' 35(10
125-Z13-A40R-SN12-N-C (125|126 |90 | 40 | - |33 |22 | - - | 633892164 9 ﬁ' 35(13
160-Z12-A40R-SN12-N 160| 161 |108| 40 | 66.7| - - | 14120 | 633092164 9 ﬂ 45112
2
200-Z14-A60R-SN12-N  [200| 201 [130[ 60 [101.¢] - | - | 18 | 27 | 63 | 45 |14.2(25.6| 9 |P¥|7.2|14
’_M ’_M poces| e
of ¥ 2 J 4
;‘3[ E‘ / 'E; 5‘
W
Fig. 3 Fig. 4
Dimension (mm) 5 =
g|=
2] O | + 9)
Product code ) lal2lslizals o > |x = 5 Z|.z Inserts
X|laglmlo|lo|o|lo|lo|O ala S| 5|e
olC |C|lo|la|a|[o|0|0|0|u|lm|la|lZ|a|e|=
a|la|a|la|lo|a|a|a|la|la|ld|o|x|x|<|E
AFM88-250-Z12-A60R-SN12-M 250| 251 [180| 60 [101.6] - |18 |27 | - | - | 63|48 [14.225.6| 9 N‘ISJ 12| 3 SN_1206ZNN..
315-Z14-A60R-SN12-M  |315| 316 |220| 60 [101.6[177.8) 18 | 27 | 22 | 33 | 63 | 48 [14.225.6 9 |Yp[244 14| 4| SN-1206-

4 284
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Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ e—
©50-315 g @ 3.5Nm
SP050120 DT-TP20
Cartridge Cartridge screw  [Cartridge screw wrench Wedge Wedge screw Wedge screw wrench
(P74 [ ]
ale |
C-SN1242-62-88 ACH622 LT-H5 AWG-6H-6 AWCH624 LT-H3
Compatible Inserts
ol \& i A
iliVan B 11 — —
= \KJ/P v ° ® Good Conditions @ General Conditions
xﬂo ¢:‘“l% o4 Machining conditions # Bad Conditions
— - cjojo[o[g[efe]e[e[n
Dimension (mm) M
2122|2512 212(8|8
Insert shape Product code IC S RE | BS | DI [R|2|2|8(Q| 322
alalolalalalolo]|2|a
||| ||| << | <
SNHX 1206ZNN-FM2 127 | 656 | 08 1.2 515 °

SNGX 1206ZNN-MM3 127 | 649 | 08 1.2 55 |e | ® | ® o oo

SNMX 1206ZNN-MM4 127 | 6.46 0.8 12 556 |e | O | @ e | e® | O | O

SNGX 1206ZNN-MRé6 127 | 644 | 08 1.2 55 |® | ® | O oo |0 o

o)
n SNGX 1206ZNN-MM4& 127 | 646 | 0.8 12 56 |e | e | @ oo |00 °

® : Standard stock O : Made-to-Order

Z 5 ® Good Conditions @ General Conditions
7 Machining conditions # Bad Conditions
s | o O O O R | 0|0 (0|0 |n
Dimension (mm) M
Slola|Z|Z | (x|x|35|g
Insert shape Product code INSL| IC | S | RE|BS | D1 |||l Qfw 9]|w S Q
alalolalalalo|lo|=2|a
| <[ ||| <0< | <
u SNHX 1206ZNN-W 128 | 127 | 624 | 08 | 44 | 55 | ® ° o0

@ : Standard stock O : Made-to-Order
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Compatible Inserts

£ A

° T 2 ® Good Conditions @ General Conditions

Y Machining conditions # Bad Conditions
L s ] o[a[aa[x[efefefels

Dimension (mm) M
Slola|Z|Z|x(x|¥|35|g
Insert shape Product code IC S RE | BS | DI ||lg|2|g|l|R|(g8]=eS]
alalolalalalo|lo|=2a
|| || C|C|C| << | <

SNMX 120612-MM3 127 | 6.40 1.2 - 55 |0 | @ | O oo | o

SNGX 120608-MM4 127 | 643 | 0.8 - 56 |e | @ | @ o oo
SNGX 120612-MM4 127 | 638 | 1.2 - 55 | ®
SNMX 120608-MM4 127 | 643 | 08 - 55 |® | ® o o o
SNMX 120612-MM4 127 | 638 | 1.2 - 55 (e | e | @ o o o
SNMX 120620-MM4 127 | 628 | 20 - 515 ® | O o o o
SNMX 120630-MM4 127 | 614 | 30 - 5.5 °

SNMX 120612-RR2 127 | 644 1.2 = 556 |®@ | @ | O [ )
SNMX 120620-RR2 127 | 634 2.0 - 5.5 e o [ ]

SNMX 120612R-MM4 127 | 6.85 1.2 = 55 |® | @ | O e o o

n SNMX 120612-MRé6 12.7 | 6.41 1.2 - 55 (e | ® @ e o | o

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
SN.. 1206..
Geometry
Tensile
a MM3 MM4 MRé RR2 FM2
I1SO Material classification strength e P |
(N/mm?) Ikl fz
(mm)
min | max | min [ max | min | max [ min | max [ min | max | min | max

0.12 1032 0.19|0.35]|0.15|0.38|0.18 | 0.40 | - -

0.100.30|0.12|0.320.10 | 0.35|0.15| 035 | - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10|0.2810.10 | 0.30 | - - - - - -
Precipitation-hardening stainless steel 1013 300

0.209.00|0.12|0.32]0.15]035(0.12 | 035(0.18 | 0.40 | - -

Aluminum

- - - - - - - - - 1012032
Aluminum alloy

01010221010 | 0.25| - - - - - -

H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFM45-SN19 7
45° Approach angle face milling cutter @

DCSFMS

[otet:}
DBC1

FFW

KDP.
o
3
9
2

..
L
1N

caop
e
\
[
I

APMX

Dimension (mm) ‘é D
g | £
w o +
Product code E el o > | x i ._5’ Z Inserts
X|lon|lm|lO|lO| O ol a S| £ o
o|l0|lo|lo(@a |00 |lu|la|lal|lS|la| e|=
ala|la|la|la|lala|ld|lo|lx|x|<| =
AFM45-160-Z08-A40R-SN19 160 [181.3( 107 | 40 [66.7| 14 | 20 | 63 | 40 | 9.0 [164| 10 | p# | 49 | 8
200-Z10-A60R-SN19 200 (221.3| 130 | 60 [101.6| 18 | 27 | 63 | 46 [14.2]25.6| 10 ﬁ 7.7 | 10 [ SN..T909ANN..
250-Z12-A60R-SN19 250 (271.3| 180 | 60 [101.6] 18 | 26 | 63 | 46 [14.0[25.6| 10 }q 127 | 12
Note: ﬁ‘ With internal coolant
ﬂ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©160-250 g C T 5.0Nm
SP06018070 DT-TP25
Compatible Inserts
RE
= & a
J A _ _
= F &% ) ® Good Conditions @ General Conditions
- I . Machining conditions # Bad Conditions
v o O O O | 0|0 (0|02
Dimension (mm) M
Slola|Z|Z|x(x|x|35|g
Insert shape Product code IC S RE BS Dl |R|8 2| 2[R |8|w S Q
alalolalalalo|lo|=2|a
||| ||| <[ << || <
u SNGX 1909ANN-MM3 19.05 | 858 | 04 | 28 8 °
u SNGX 1909ANN-MR6 19.05 | 850 | 08 | 27 8 ° °

@ : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
SN.. 1909..
Geometry
I1SO Material classification Ten?&i;t;%;‘gth Ha(rﬂ g;ess ap MM3 = MRe
(mm)
min max min max min max

0.10 | 0.40 | 0.13 | 0.43

0.08 | 035 | 0.10 | 0.40

Duplex stainless steel 778 230
@ | Austenitic stainless steel 675 200 - - 0.10 | 0.40
Precipitation-hardening stainless steel 1013 300

0.80 10.00 - - - -

Aluminum

Aluminum alloy

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFM45-HNO09 P
45° Approach angle face milling cutter @
¥ - - ] m
- = 1
6 = \ J : 5 ﬁ () @ 4%,
Fig. 1 Fig. 2
Dimension (mm) % &)
S| =
Product code g S E Z |2 Inserts
X|la|lma|lolololo| O ol a S| el
ol |0|o|@|O|0|0 |0 |u|lalalS|la| 8|
ala|la|la|lalalalalalId|lolx|[x|<]| =
AFM45-063-Z04-A22R-HN09-C 63| 75 |48 (22| - |18 |11 | - | - | 40| 26 |6.5|104| 5 ﬁ' 06| 4
063-Z05-A22R-HN09-C 63|75 |48 (22| - [ 18| 11 - - |40 | 26 | 65 (10.4] 5 ﬁ' 05| 5
080-Z05-A27R-HN09-C 80| 92 |60 |27 | - | 20| 14| - - |50 |29 (72(124] 5 ﬁ 12| 5
080-Z06-A27R-HN09-C 80| 92 |60 |27 | - | 20| 14| - - |50 |29 (72(124] 5 ﬁ' 12 6
100-Z06-A32R-HN09-C 100111280 [ 32| - | 26|18 | - - |50 | 32 |82 |144] 5 ﬁ" 18| 6
1
100-Z08-A32R-HN09-C 1001112180 [ 32| - | 26|18 | - - | 50 | 32 (82 (144] 5 ﬁ' 18| 8
HN..0906..
100-Z10-A32R-HN09-C 100111280 | 32| - | 26|18 | - - |50 |32 (82 |144] 5 ﬁ 191 10
125-Z06-A40R-HN09-C 125137187 | 40 | - | 33|22 | - - | 63|38 (92(164] 5 ﬁ' 37| 6
125-Z10-A40R-HN09-C 125|137 |87 | 40 | - | 33|22 | - - | 63|38 (92(164] 5 ﬁ 35| 10
125-Z12-A40R-HN09-C 125137187 | 40 | - | 33|22 | - - | 63|38 (92(164] 5 g‘a 37|12
160-Z08-A40R-HNO9 160|172 [100| 40 [66.7| - - | 14120 | 63 | 40 | 9.2 |16.4| 5 }ﬁé 52| 8
N 2
160-Z12-A40R-HNO9 160|172 1100 40 [66.7| - - | 14120 | 63| 40 |92 |16.4| 5 K 53] 12
Note: ﬁ' With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm) el
Screw Wrench Torque
[ —
@63-160 g ﬂ/\;[:m 5.0Nm
SP045120 DT-TP15
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o H| ® O | R |0o|0 |0 |0 |
Dimension (mm) M
Slala|Z(Z|x|x|x|S|g
o Al Ao A o — Ao o
Insert shape Product code IC S RE BS DIl |R(e (B QR[(SL(=]2
alalolalalalolo|=2]a
<|l<|<|<|<|<|=x|<|=<]| <
HNGX 0906ANN-MR6 165 | 6.35 1.0 11 486 | @ e O e | @ °
HNMX 0906ANN-MM4 165 | 6.35 1.0 11 486 | @ e O e | @ )
HNMX 090612-MM4 165 | 6.35 1.2 - 486 | @ e O | o | @ °

® : Standard stock O : Made-to-Order

Materials Cutting depth and feed
HN..0906..
Geometry
ISO Material classification Ten?illle/:qtr;ezr)wgth Ha(rg g)ess < MRe s MM
(mm)
min max min max min max

030 | 050 [ 0.17 | 0.35

0.28 | 0.45 - -
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 - - - -
Precipitation-hardening stainless steel 1013 300
B 0.20 5.00 0.30 | 050 [ 017 | 0.35

Aluminum

Aluminum alloy

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFM45-XNO7 7
45° Approach angle face milling cutter @

® <

[y s | ocees

D 7 | .

caop

cBo

ccccc oc P Doce:

S hepeen—
Fig. 1 Fig. 2 Fig. 3
Dimension (mm) g ’_@,
%) S| =
Product code > lslalaly N s | x| @ = Z |2 Inserts
2188|828 |8]8|8]8]+|8|8|2]5|2|3
AFM45-040-Z03-A16R-XN07-C 40 | 497 | 35 | 16 - |14 9| -] - |40|25|56|84(35 ﬁ 03] 3
050-Z04-A22R-XN07-C 50 | 59.7 | 42 | 22 - | 18111 | - | - |40|26|65|10.4/3.5 ﬁ' 04| 4
050-Z05-A22R-XN07-C 50 | 59.7 | 42 | 22 - | 18111 | - | - |40|26|65|10.4/3.5 ﬁ' 04| 5
063-Z05-A22R-XN07-C 63 | 72.7 | 48 | 22 - | 18111 | - | - |40|26|65|10.4/3.5 ﬁ' 06| 5
063-Z206-A22R-XN07-C 63 | 72.7 | 48 | 22 - | 18111 | - | - |40 |26 |6.5|10.4/35 ﬁ 06| 6
080-Z06-A27R-XNO7-C | 80 | 897 | 62 | 27 | - |20 | 14| - | - |50 |29 [7.2[124|35| @ |13 | 6 |
080-Z07-A27R-XN07-C 80 | 89.7 | 62 | 27 - |20 14| - | - | 50|29 |7.2|12.4]35 ﬁ' 13 7
100-Z07-A32R-XN07-C 100 109.7| 80 | 32 - |2618| - | - | 50| 32|82|14.4]35 ﬁ' 191 7 XN..0705..
100-Z08-A32R-XN07-C 100 109.7 | 80 | 32 - |26118| - | - |50|32|82|14.4]35 ﬁ' 191 8
125-Z08-A40R-XNO07-C 125|134.7| 90 | 40 - |33]22| - | - |63]38|92|164]35 ﬁ 36| 8
125-Z10-A40R-XNO7-C 125(134.7| 90 | 40 - |33]22| - | - |63]|38|92|164]35 ﬁ' 36|10
160-Z09-A40R-XNO7 160|169.7 | 107 | 40 | 66.7 | - - | 14120 | 63|40 |92|16.4]35 N 451 9
160-Z12-A40R-XNO7 160|169.7| 107 | 40 | 667 | - | - | 14| 20|63 |40 |9.2|16.4/35| p¥# | 44| 12 | 2
200-Z14-A60R-XNO7 200|209.6 130 | 60 (101.6| - | - | 18 | 27 | 63 | 45 |14.2|25.6| 3.5 ﬁ 70| 14
250-Z14-A60R-XNO7-S [ 250|259.6|180| 60 [101.6| - | - | 18 |27 | 63 | 42 142|256/ 3.5 | ¥# [11.0| 14 | 3
Dimension (mm) E E’
Product code - < i; % z Inserts
S| 8| 8| w |z | & | 2|2
AFM45-040-Z03-W40R-XNO0O7-C 40 49.8 40 130 283 35 f;' 1.2 3 NLOT05

Note: ﬁ‘ With internal coolant
ﬂ Without internal coolant
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AFM45-XNO7
45° Approach angle face milling cutter

@\

CRKS

§ 3 ":\I l||lk %
ﬂ V \| yl- lll.'llv\\,'“vﬂl 8
% APMX
- OAL
. . =
Dimension (mm) & =
5 =
Product code g s E YA Inserts
E | z w | x| B| D
o |5 |8|8]|z S|z |88
a a a a o} 5 3} < £
AFM45-040-Z03-M16R-XN07-C 40 493 29 17 70 46 M16 35 ﬁ' 0.3 3
XN..0705..
Note: (;‘ With internal coolant
X Without internal coolant
Cutter diameter Spare parts
(mm) Screw Wrench Shim Shim screw Shim screw wrench| Torque
| —
©40-250 g U::[:D] H 35Nm
SP035120H DT-TP15 S-XN07030 SS050085F LT-H3.5

Compatible Inserts

,’\v 7
3 M N
= =) ;\ H ° ® Good Conditions @ General Conditions
4 Z Machining conditions # Bad Conditions
as LI s o O 0 O R | o000 |8
Dimension (mm) M
olala|Z(Z|¥|x|%|3S|g
Insert shape Product code LNSLUIC| S |RE|BS| DI || lwlQ|L|g|L S S
alalolalalalo|lo|=2|a
|| | ||| <[ << | <
° XNGU 0705ANN-MM3 55 15.09/14.5| 50 | 0.8 | 1.1 [407| ® | ® oo e
XNGU 0705ANN-MM4 5.5 [15.09/145| 50 | 0.8 | 1.1 |407| ® e o o
XNMU 0705ANN-MM4 55 (15.09/145/ 50|08 |11 |407| ®@ | ® | @ | @ | @ | ® ® | @
° XNMU 0705ANN-MRé6 55 15.09/14.5|5.05| 0.8 | 1.1 [407| ® | ® oo
° XNMU 0705ANN-MM4N 55 |15.09/145| 53 | 0.8 | 1.0 |407| ® ° L )

@ : Standard stock O : Made-to-Order
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Compatible Inserts

2 : 5[ ® Good Conditions @ General Conditions
2 Machining conditions # Bad Conditions
l‘i (B A K AR A KN RNERE
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
Insert shape Product code LINSUIC|S|REIBS|DI |8 2| 2|Q(Q|8|le|S|
o o Q| a o o O O ; o
||| <[ || < | <[ << | <
O XNGX 0705ANN-W 54 1509145 50 | 0.8 | 5.6 |407| ® o oo

@ : Standard stock O : Made-to-Order

g ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O | % (0 0| 0|0 | ¥
Dimension (mm) M
Slola|Z|Z|x(x|x|35(g
Insert shape Product code L|INSHIC| S |[RE|BS|D1 | |o(R|lLlQ(Q|(g|w =) Q
alalolalalalo|lo|2|a
||| ||| <[ << || <
° XNMU 070508-MMé4 66 1521/145| 50 |08 | - (407| ® | ® | ® o o 0o
XNMU 070508-MM4N 6.6 |15.21/145| 53 | 0.8 | - |4.07 [ ] [ ]

® : Standard stock O : Made-to-Order

Precautions for using XNO7.W long wiper inserts

S

Fig.1 (correct) Fig.2 (wrong) Fig.3 (wrong) Fig.4 (wrong)

This insert features two right-hand cutting edges and two left-hand cutting edges.
While a single wiper insert can achieve satisfactory surface finish, when the feed rate equals or exceeds the wiper edge length, it is recommended to
install two or more wiper inserts in the tool holder. For optimal performance, the long wiper insert XNGX 0705ANN-W should be used in combination

with standard wiper inserts XN..0705ANN..
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Materials Cutting depth and feed
XN.. 0705..
Geometry
) I Tensile strength Hardness ap MM3 | MM4 MRé
ISO Material classification (N/mm?) (HB) .
(mm)
min max min | max | min [ max | min | max

0.15| 0.35 | 0.18 | 0.38 | 0.18 | 0.40

0.12 | 032 (0.15 | 0.35 [ 0.15 | 0.38

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 012030 (012|032 - -
Precipitation-hardening stainless steel 1013 300

0.20 350 |0.15|035(0.18 | 038 0.18 | 0.40

Aluminum

Aluminum alloy

010 | 025 (012 | 028 - -

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFM45-XNO09 ”~
45° Approach angle face milling cutter @

DosFMS
DosFms ocs
oce

KoP

Y g | o
t
jya—
Fig. 1 Fig. 2
Dimension (mm) % D
5| =2
Product code g < 3 E Z |2 Inserts
& ~ |m|l@a| 8| a | x| 8l "+
x|lw|lm|lo|lo|lo|lo|oO ala S|cel|lo
ol |C|lo|a|0|o|(O|0|(u|a|lalS|la|lLl=
Ala|la|laloa|lalalala|lI|lo|x|<|<]|=E
AFM45-063-Z05-A22R-XN09-C 63 |752| 48 | 22| - [ 18| 11| - - | 40|26 |65(104| 5 ﬁ' 06|5
080-Z06-A27R-XN09-C 80 |92.2| 62 | 27 - 20 | 14 | - - | 50|29 |72(124| 5 ﬁ' 1216
100-Z07-A32R-XN09-C 100 (112.2| 80 | 32 = 26 | 18 | - - | 50| 32|82(144| 5 ﬁ' 1917
1
100-Z08-A32R-XN09-C 100 (112.2| 80 | 32 - 26 | 18 | - - 50 | 32 | 82 |14.4] 5 gs' 208
125-Z08-A40R-XN09-C 125(137.2| 87 | 40 - 33|22 | - - | 63|38 |92 (164 5 ﬁ" 35| 8 XN..0906..
125-Z10-A40R-XN09-C 125(137.2| 87 | 40 - 33|22 | - - | 633892164 5 ﬁ' 3.5(10
160-209-A40R-XN0O9 160 1722|107 | 40 |66.7| - | - |14 | 20 | 63 | 30 | 9.2 [16.4| 5 | p¥|44]9
160-Z11-A40R-XNO09 160 (172.2| 107 | 40 [66.7| - - 14 | 20 | 63 | 30 | 9.2 |164| 5 }*{ 43111] 2
200-Z12-A60R-XN09 200(212.2(130| 60 [101.6] - | - | 18 | 27 | 63 | 48 |142|256| 5 | p®i| 69|12
é Fi DCCBI. é
; 1 / ] -f/ji%//////ji
.7/ a—— @
Fig.3
Dimension (mm) E =
5| =2
Product code g o | w 3 E Z | 2| Inserts
i — ||| m 3 o 2| X [l e L
xloalmalolo|lo|o|O|O ala S| |
ol0|0|lo|la|la|o|o|o|o|lw|m|alS|lalel=z
Alda|la|lalalal|lalalalal3I|o|lx|<|<]|E
AFM45-250-Z12-A60R-XN09-S |250262.7/180| 60 [101.6] - 18 | 27 | - - | 63 | 48 |14.2|25.6| 5 ﬁ 12412 | 3
— XN..0906..
315-Z14-A60R-XN09-S |315[327.7/240| 60 [101.6]177.8| 18 | 27 | 22 | 33 | 63 | 50 [14.2|25.6| 5 N 218| 14| 4

Note: ﬁ With internal coolant
ﬂ Without internal coolant

Cutter diameter Spare parts

(mm)

Screw Wrench Shim Shim screw Shim screw wrench| Torque
—
263-315 g H 5.0Nm
SP050130 DT-TP20 S-XN09040 SS080100F LT-H5
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AFM45-XN09-W P
45° Wedge clamping face milling cutter @

DCSFMS

- . DCSFMS
B oot oosrus

pcs
R e— bce DBC2

“\ g %w booss oo
Y = | ligEL
g 8 ) AY*
B

KDP

KDP.

LF

caop
caoe
|

APMIX

i $ v | { 5.
P a M._] DCCBE
Fig. 1 Fig. 2 e Fig.3
Dimension (mm) £ D
3|
2] O |
P = = 2
roduct code = clalslalzlels o x| = < Z || Inserts
X|la|lmlolo|o|lo|lo|lo|o ala S|E|o
ol0|o|o|a|la|o(o|0|0|0|u|la|lal3|&]|g|=
a|la|la|a|a|a|a|lalala|la|ld|o|xX|x|<|=
AFM45-080-Z09-A27R-XNO9-W | 80 [927| 62 [ 27 | - | - |39| - [ - | - | - |50|30|7.0(125 5 | p¥|12]9
100-Z12-A32R-XNO9-W | 100 (1127 80 | 32 | - | - [48| - | - | - | - |50|28.5/8.2|14.4] 5 | p#|2.1|12
1
125-Z16-A40R-XNO9-W | 125 (137.7) 87 | 40 | - | - [58| - | - [ - | - |63]30 |9.2[164] 5 | pP#|3.9|16
125-Z16-A40L-XNO9-W | 125 [137.7) 87 | 40 | - | - [58| - | - | - | - [63]30|9.2]16.4 5| p¥|39]16
160-Z20-A40R-XNO9-W | 160 (1727 107 | 40 [66.7| - - | 14|20 - | - |63[32(9.0(16.45 ﬁ 49120
XN..0906..
160-Z20-A40L-XNO9-W | 160 [172.7/ 107 | 40 |66.7| - | - |14]20| - | - [63]329.0|16.4] 5 | p#¥| 49|20
200-Z26-A60R-XN09-W | 200 [212.7| 130 | 60 [101.6| - - | 18|27 | - | - |63]48 (14.2(25.6| 5 ﬁ 7.2(26] 2
200-Z26-A60L-XN09-W | 200 [212.7| 130 | 60 [101.6| - - | 18|27 | - | - |63]48 (14.2(25.6| 5 K* 7.2(26
250-Z30-A60R-XN09-W | 250 [262.2| 170 | 60 [101.6| - - | 18|27 | - | - |63]45(14.2(25.6| 5 }q 13.0{30
315-Z39-A60R-XN09-W | 315 (327.2| 250 | 60 (101.6|177.8| - | 18 |27 | 22 | 33 | 63| 45 [14.225.6 5 ﬂ23.2 39|13

Note: f;‘ With internal coolant
X Without internal coolant

Cutter diameter Spare parts
(mm) Wedge Screw Wrench Torque
AWG-8H WDO080320F LT-H4
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Compatible Inserts

9/
A

= /; !I}“H ® Good Conditions @ General Conditions
‘< l////l\ Machining conditions # Bad Conditions
B |1 A I A A E AR R RE
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
Insert shape Product code LINSUIC|S|REIBS|DI |8 2| 2|Q(Q|8|le|S|
o o Q o o o Q O ; o
<|l<|I|<|<|<|=x|x|=<|<
° XNGU 0906ANN-MM3 7.3 [19.86/19.0|5.875| 0.8 | 1.4 | 5.5 ° °
° XNGU 0906ANN-MM4 7.3 119.8¢/19.0(5.875/ 08 | 14 | 55| 0 | ® | ® o oo
° XNMU 0906ANN-MR6 7.3 19.86/19.0(5.927| 0.8 | 1.4 | 55 | ® ° o oo
Q XNMF 0906ANN-MR6 7.3 19.86/19.0(5.927 0.8 | 1.4 | 3.0 o o |0
Note: XNMF inserts are for use with wedge cutter only. @ : Standard stock O : Made-to-Order

@
z ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
B (0 O B |(o 0|0 e |}
Dimension (mm) M
22|23 ¥ x| = 9
Insert shape Product code L INSYIC| S [RE[BS|D1|L |9 |Q | L2(J(R[|X = 3
alalolalalalO] O ; o
|| || || <[ << | < | <
o XNGX 0906ANN-W 7.2 19.8619.0|5.88| 1.0 | 7.6 | 55 | ® .

@ : Standard stock O : Made-to-Order

3 gl e
: I} o= ® Good Conditions # General Conditions
Machining conditions # Bad Conditions
s (A A AR AR A AR AL
Dimension (mm) M
22|23 x|¥|x = 9
Insert shape Product code LINSHIC| S |RE|BS|Dl1|w ||V Q(LR|Q|w =) <
alalolalalalo|lo|2|a
| ||| ||| <<
° XNMU 090612-MM4 8.6 19.97/19.0/5875( 12| - |55 | @ | ® | ® o o o
g XNMU 090612-MM4N 8.6 [19.97/19.0 5875 1.2 | - | 55 ®

® : Standard stock O : Made-to-Order
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Precautions for using XN09..W long wiper inserts

&% B %

Fig.1 (correct) Fig.2 (wrong) Fig.3 (wrong) Fig.4 (wrong)

This insert features two right-hand cutting edges and two left-hand cutting edges.
While a single wiper insert can achieve satisfactory surface finish, when the feed rate equals or exceeds the wiper edge length, it is recommended to
install two or more wiper inserts in the tool holder. For optimal performance, the long wiper insert XNGX 0906 ANN-W should be used in combination

with short wiper inserts XN..0906ANN..

Materials Cutting depth and feed
XN..0906..
Geometry
) T Tensile strength Hardness ap MM3 | MM4 MRé
ISO Material classification (N/mm?) (HB) pe
(mm)
min max min | max [ min | max | min | max

0.15| 0.35 | 0.18 | 0.38 | 0.18 | 0.40

0.12 | 032 (015 | 0.35 | 0.15 | 0.38

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 012 1030|012 ] 032 | - -
Precipitation-hardening stainless steel 1013 300

0.20 500 [0.15|035]|0.18|0.38|0.18 | 0.40

Aluminum

Aluminum alloy

010 | 025012 | 028 | - -

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AFF40-LN12/LN15 ”~
40° Approach angle cast iron finishing milling cutter @

DesFus

APMX

APMX

Fig. 3
Dimension (mm) £ D
S | =
Product code g S|z zZ |2 Inserts
& ~ | 2| 2|8A a z|x| 2@ =
X|lalmlo|lo|o|lo|lo oo S| £| @
oflQ|0jlo|a|O|O|0(0|lw|m|lalS|E| &|=2
ala|lala|la|a|alalalI|o|x| < |<| =
AFF40-080-Z08-A27R-LN12 80 | 884 65|27 | - | 20 | 14 | - | - |50 | 3081|124 (0.5 P& | 1.6 | 8+2| 1 | o\ 050408-MM3
100-Z10-A32R-LN12 [100(108.4/ 80 | 32 | - | 48 | - | - | - | 50|30 [10.1 14.4 0.5 & | 2.4 [10+2| | NHQ120408FN-W
2
125-Z15-A40R-LN15 |125{133.4/ 90 | 40 | - 58 - - | - |63]30[9.1|16.4|0.5| ¥ | 3.9 [15+3
160-Z18-A40R-LN15 [160/168.4120| 40 | 66.7| 92 | - | 14|20 63 [30|9.1|16.4 05| ¥ | 6.3 |18+3 ONHF 050408-MM3
200-Z24-A60R-LN15 [200[208.4/160| 60 [101.6/ 130 | - |18 |26 | 63 | 35 [14.2(25.64/0.5| Y& | 9.4 |24+3 3 | LNHQTS0416FN-W
250-Z30-A60R-LN15 [250[258.4200| 60 [101.6| 170 | - | 18|26 63 | 35 [14.225.64/0.5| Y4 |14.8|30+3
*Z=8+2 means 8pcs rough inserts and 2pcs finish inserts Note: ﬁ' With internal coolant
ﬂ Without internal coolant
Cutter Spare parts
diameter
(mm) Wedge Wedge locking screw [ Wiper insert locking screw |Wiper insert adjusting screw| Wiper cartridge locking screw
©80-250 @ H g !
AWG-6H-13B WD060200 SP040085H AHO050100F SH060250
Spare parts
Cutter parep
diameter - - Wiper insert Wiper insert
(mm) DS Wiper insert adjusting screw | cartridge locking Wiper cartridge
Wrench screw wrench
wrench screw wrench
©80-250 @
©80-100 ©125-250
LT-H3 DT-TP10 LT-H2.5 LT-H5
C-LN1235-2545 | C-LN1535-2545
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Compatible Inserts

g ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions

s o B O O % o0 0 % o

Dimension (mm) M H

OD|D|lal|= % X|x|x|g|ZT

Product code L [INSL| IC S | RE | D1 ol wvlo]wo]b| oL

o o (@] o o o Q Q o o

||| | <[ || <[ < | <

ONHF 050408-MM3 4.9 = 127 | 476 | 0.8 | 2.5 )

INSL

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o 0 B O B|o 0 0| % |0
Dimension (mm) M H
O|Dfal|= % X x¥|xX|lglT
Insert shape Product code WIT(INSL| IC | S [RE|D1 ||| Q|u|g|L|Q|L
alalolalalalo|lo|ala
|| < ||| Q|| <<
n LNHQ 120408FN-W 476 127 | - | 94 | 08 | 44 °
—
h <>} ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
]
s ol O | @|%|e|ee|8]e
Dimension (mm) M H
OD|D|lal|= % XIX|X|lg|T
Insert shape Product code WT|INSL| IC | S |RE DI |9||B|Q B (Q[L[(Jw
ol olalalalo|lo|la|la
| || ||| <[ | <
n LNHQ 150416FN-W 476 |15875| - | 9.25| 1.6 |44 °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
ONHF 05.. + LNHQ 12/15..
Geometry
SO Material Tensile strength Hardness ap MM3 +W
classification (N/mm?) (HB) 7
(mm)
min max min max
0.20 0.50 0.08 0.25

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Installation and Adjustment Method for Cast Iron Finishing Milling Cutter

1. Clean wiper cartridge (7), completely
release adjusting screw (6);

2. Clean each insert pocket, cartridge
pocket, clean inserts and cartridges;

3. Install roughing inserts (1), wiper
cartridges (7) and use finger to push
them to the locating surface and lock the
screws;

4. Install wiper inserts (5);

5. Measure the axial run out of each
roughing (1) and wiper insert (5);

6. Adjusting wiper inserts height through
adjusting screw (6);

7. Wiper inserts Max. run out should be
higher than roughing inserts by 0.03-
0.06mm.

1. Roughing inserts (ON..05..)

2. Locking wedge

3. Double-headed wedge locking screws
4. Wiper insert clamping screw

5. Wiper insert (LN12/15)

6. Adjusting screw

7. Wiper cartridge

8. Locking screw for wiper cartridge
9. Cutter
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ASM90-LN12
90° Approach angle square shoulder milling cutter

@\
@\

DCSFMS

Y N
{ @ D
N 8
Fig. 1
Dimension (mm) g 6]
1% S| =
Product code = lslyligls o > | x i f& z E Inserts
218|8|8|8|8|8|8|=|8|8|2|5|2|2
ASM90-063-Z06-A22R-LN12-C | 63 | 52 |22 | - [18 | 11| - | - | 40 | 26 [ 65 [104| 5 | (™ [06 | 6
063-Z06-A22L-LN12-C | 63 | 52 | 22 | - |18 | 11| - | - | 40 [ 26 | 65 (104 5 | (™ | 06| 6
063-Z08-A22R-LN12 |63 |52 |22 | - [18 | 11| - | - |40 |26 [ 65 (104 5 | p¥ |06 | 8
063-Z08-A22L-LN12 635222 - [18 11| - | - |40 |26 65104 5 | p¥ 06| 8
080-Z08-A27R-LN12-C | 80 | 62 |27 | - [20 | 14| - | - |50 | 29 [7.2 [124| 5 | @™ |12 8
080-Z08-A27L-LN12-C | 80 | 62 | 27 | - |20 | 14| - | - |50 [29 |72 (124 5 | @™ | 12| 8
080-Z10-A27R-LN12 |80 | 62 |27 | - [20 | 14| - | - |50 | 29 |72 [124| 5 | 7% | 12 | 10
080-Z10-A27L-LN12 80| 62|27 | - |20 14| - | - | 50|29 |72(124 5 | p€ |12 10
100-Z09-A32R-LN12  [100| 78 | 32 | - |26 |18 | - | - |50 | 32 |82 |144| 5 | ¥ |19 9 1
100-Z09-A32L-LN12  [100| 78 | 32 | - |26 |18 | - | - |50 | 32|82 |144| 5 | ¥ | 19| 9
100-Z13-A32R-LN12  [100| 78 | 32 | - |26 |18 | - | - |50 | 32 |82 |144| 5 | y¥| 19| 13
100-Z13-A32L-LN12  [100| 78 | 32 | - |26 |18 | - | - |50 | 32 |82 |144| 5 | ¥ | 19| 13
125-Z10-A40R-LN12  [125( 90 | 40 | - |33 |22 | - | - | 63|38 |92 |164| 5 | ¥ |35 10
125-Z10-A40L-LN12  [125| 90 | 40 | - |33 |22 | - | - | 63|38 |92|164| 5 | ¥ |35 10
125-Z16-A40R-LN12  [125| 90 | 40 | - |33 |22 | - | - | 63 |38 [92 (164 5 | p® |35 | 16 1206
125-Z16-A40L-LN12  [125|90 | 40 | - |33 |22 | - | - | 63|38 |92 |164| 5 | p# |35 16
160-Z13-A40R-LN12 [ 160|107 | 40 |66.7| 98 | - | 14 | 20 | 63 | 35 | 9.2 |164| 5 | ¥ | 40| 13
160-Z13-A40L-LN12 [ 160|107 | 40 |66.7| 98 | - | 14 | 20 | 63 | 35 | 9.2 |164| 5 | ¥ | 40| 13
160-Z21-A40R-LN12 (160|107 | 40 [66.7| 98 | - | 14 [ 20 | 63 | 35 | 9.2 |164| 5 | ¥ | 41| 21
160-Z21-A40L-LN12 [ 160|107 | 40 [66.7| 98 | - | 14 [ 20 | 63 | 35 | 9.2 |164| 5 | p¥ | 41| 21
200-Z16-A60R-LN12 200 (130 | 60 [101.6135| - | 18 | 27 | 63 | 45 |142(256| 5 | p# | 6.4 | 16
200-Z16-A60L-LN12 200|130 | 60 [101.6{135| - | 18 | 27 | 63 | 45 |14.2(256| 5 | p¥ | 6.4 | 16
200-Z26-A60R-LN12 200 (130 | 60 [101.6135| - | 18 | 27 | 63 | 45 |142|256| 5 | p# | 65 | 26 ?
200-Z26-A60L-LN12 200 (130 | 60 [101.6135| - | 18 | 27 | 63 | 45 |142|256| 5 | y# | 6.5 | 26
250-Z20-A60R-LN12 250|180 | 60 (1016180 | - | 18 | 27 | 63 | 45 142|256 5 | ¥® |118| 20
250-Z20-A60L-LN12  |250| 180 | 60 (1016180 | - | 18 | 27 | 63 | 45 142|256 5 | y® |118| 20
250-Z32-A60R-LN12 (250|180 | 60 [101.6/180 | - | 18 | 27 | 63 | 45 |142(256| 5 | p¥ [119] 32
250-Z32-A60L-LN12 250|180 | 60 (1016180 | - | 18 | 27 | 63 | 45 |14.2|256| 5 | y® |119| 32

Note: ﬁ' With internal coolant
X Without internal coolant
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Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
63-250 g (i 35Nm
SP040112 DT-TP15

Compatible Inserts

I
| DI ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
ss] | & (BN A A AE A AR N NE AN}
Dimension (mm) M H
DD | % S |X|X|X % I
Insert shape Product code INSLIW1| S | RE|BS | D1 || QL0 Q|L| Q| W
alalojlalalalo|lo|ala
<|l< || <|<|<|=x|<|<| <
a LNET 1206-MM4 127 | 635|123 | 08 | 17 | 44 | ® ° ° ° o
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
LN..1206..
Geometry
. I Tensile strength Hardness ap MM4
ISO Material classification (N/mm?) (HB) pe
(mm)
min max min max
0.08 0.35
0.08 0.30
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.05 0.25
Precipitation-hardening stainless steel 1013 300
m 0.20 5.00 0.10 0.35
Aluminum
Aluminum alloy
B 0.05 0.20
Hardened steel - 50-60HRC
H 0.08 0.20
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

ASM90-LNO9
90° Approach angle square shoulder milling cutter

@\.
@\
@\

o DCB
% é KWW
L
%x =R
D <
bces2  DC |
DCCB1
Dimension (mm) £ &)
© =
Product code 2 8 E VA Inserts
E m o o = x ki Ry
(%) m Q Q [a) a8 > = (7]
ol O |lo | O | O |lu|la|lals|l&| &=
o (&) (a] o (a] — O N4 N4 < =
ASM90-040-Z04-A16R-LNO9-C | 40 | 35 | 16 | 14 | 9 | 40 | 24 | 58 | 84 | 8 | (™ | 03 | 4
040-Z06-A16R-LN09-C | 40 | 35 | 16 | 14 9 40 | 24 | 58 | 84 8 ﬁ' 0.3 6
050-Z05-A22R-LN09-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 | 10.4 M| 04| 5
050-Z07-A22R-LNO9-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 [ 104 | 8 | ¢® | 04 | 7
LN..0904..
063-Z07-A22R-LNO9-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [104| 8 | (| 06 | 7
063-Z10-A22R-LNO9-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 8 | (™ | 06 | 10
080-Z09-A27R-LN09-C | 80 | 62 [ 27 | 20 | 14 | 50 | 29 | 72 |124| 8 | @ [ 12| 9
080-Z13-A27R-LNO9-C | 80 | 62 | 27 | 20 | 14 | 50 | 29 | 72 | 124 | 8 | ¢® | 12 | 13
LF
Dimension (mm) 5 =
8 =
(] =
Product code % § = -S’ z Inserts
= (@]
Q
8 | 8 | &5 | % | & | 2] *=
ASM90-020-Z02-C20R-LN09-L110 20 20 110 30 8 pod 03 2
020-Z03-C20R-LN09-L110 20 20 110 30 8 pod 03 3
021-Z02-C20R-LN09-L200 21 20 200 30 pod 05 2
025-Z03-C25R-LN09-L200-C | 25 25 200 34 8 I 07 3
025-Z04-C25R-LN09-L200-C | 25 25 200 34 8 I 0.7 4
. LN..0904..
026-Z03-C25R-LN09-L200-C 26 25 200 34 8 - 0.7 3
028-Z03-C25R-LN09-L110-C 28 25 110 34 8 ﬁ' 0.4 3
032-Z04-C32R-LN09-L250-C | 32 32 250 45 8 I 1.4 4
032-Z05-C32R-LN09-L250-C | 32 32 250 45 8 - 15 5
033-Z04-C32R-LN09-L250-C | 33 32 250 45 8 I 14 4

Note: f;' With internal coolant
X Without internal coolant
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ASM90-LNO09 ~ 2 ||~
90° Approach angle square shoulder milling cutter @ @ @
‘ 13
gl A\ -
APMX
LH
LF
Dimension (mm) £ =
S <
o =
Product code % E = ._57 z Inserts
= ()
[0}
8 | 8| v | 5| % £ | 3
ASM90-025-Z03-W25R-LN09-C 25 25 100 39 8 I 03 3
025-Z04-W25R-LN09-C 25 25 100 39 8 - 03 4
032-Z04-W32R-LN09-C 32 32 110 4 8 I 0.6 4
LN..0904..
032-Z05-W32R-LN09-C 32 32 110 44 8 I 0.6 5
040-Z04-W32R-LN09-C 40 32 110 25 8 I 07 4
040-Z06-W32R-LN09-C 40 32 110 25 8 - 0.7 6
Note: f" With internal coolant
K Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©20-80 g U\/;[:D] 1.8Nm
SP030083 DT-TP09
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Compatible Inserts

1 g ® Good Conditions @ General Conditions
@ Machining conditions # Bad Conditions
s o O O O 8| o 0o 0|0 %
Dimension (mm) M
Slala|Z(Z|¥|x|(x|S|g
Insert shape Product code INSLfW1| S |RE|BS | D1 |2 |9 2|8 (Q|R|(]|v|2|2
alalolalalalolo|=2|a
<|l< || <|<|<|=x|<|=<| <
@ LNHU 090404ER-FM2 9 45 | 75 | 04 | 17 | 35 °
n LNHU 090404ER-MM3 9 45 | 75 | 04 | 17 | 35 o °
n LNHU 090404ER-MM4 9 45 | 75 | 04 |17 | 35 | @ L )
LNHU 090408ER-MM4 9 45 | 75108 |14 |35 (@ LI )
LNHU 090404ER-MR2 9 45 | 75 04 | 17 |35 |@ | @ L )
LNHU 090408ER-MR2 9 | 45 |745| 08 | 14 | 35| @ ° e o |0 |0
n LNHU 090412ER-MR2 9 45 | 74 |12 |10 | 35| @ ° °
LNHU 090416ER-MR2 9 45 1735|116 |065| 35 | @ [ ] [ ]
LNHU 090420ER-MR2 9 45| 73120 |02 |35 (e ° °
n LNHU 0904PDER-W 9 | 45 |748| 04 | 36 |35 | @ °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
LN..0904..
Geometry
i MR2 MM4 FM2
ISO Material classification Ten?,lﬁ:qt;,??gth Ha(rgg;ess ik | e
(mm)
min max min | max [ min | max | min | max

0.08 | 0.28 ( 0.08 | 0.25 [ - -

0.06 | 0.22 [ 0.06 | 0.20 [ - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 020 | - -
Precipitation-hardening stainless steel 1013 300

0.20 800 |0.08|0.30(0.08|028( - -

Aluminum

- - - - 1006 0.30
Aluminum alloy

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Milling Cutters M i I I i ng

ASM90-LN13 7~ ||~
90° Approach angle square shoulder milling cutter @ @ @
r . \! s DCSFUS
; E (083 llj)zz
> ~+— MB_ | oo
i — 2 _‘&W‘ 17 ] oeess
é . gt [N Vs \‘\L;l g =
EE W:EM s
Fig. 3
Dimension (mm) £ D
S
[%2] O | +=
P = = 2
roduct code = clalslalalzlals o s |x|E < Z (2| Inserts
0l ol O OQlOIO|I0O[O0O]| O O o S| 5| @
olo|lo|a|a|o|o|o|o|o|(d|u|m|la|S|E]| L=
[l al a N e ool olad|Oo|X|X([(<| £
ASM90-040-Z04-A16R-LN13-C [ 40 (35 |16 | - | - [14] 9 | - | - | - | - | 40|24 |58|84|12|™|02]| 4
040-Z05-A16R-LN13-C |40 [35 16| - | - 14| 9 | - |- |- |- |40 |24|58|84[12 (@™ 025
050-Z05-A22R-LN13-C | 50 [42 |22 - | - [18] 11 - - | - 40|26 |65[104 12 | |03]|5
050-Z06-A22R-LN13-C |50 [42 |22 | - | - |18 11| - | - | - | - |40 |26 |65 (104 12 (™ 03| 6
063-Z04-A22R-LN13-C | 63 |48 | 22| - | - |18 11| - | - | - | - |40 |26 |65|104 12 | |06]| 4
063-Z06-A22R-LN13-C | 63 |48 (22| - | - |18 (11| - | - | - | - | 40|26 |65 (104 12 | (™| 05| 6
063-Z08-A22R-LN13-C | 63 |48 (22| - | - |18 (11| - | - | - | - | 40|26 |65 (104 12 | (™ 05| 8
080-Z05-A27R-LN13-C |80 |62 |27 | - | - |20 (14| - | - | - | - |50|29|7.2[124) 12 | (™ |12|5
1
080-Z07-A27R-LN13-C |80 |62 |27 | - | - |20 14| - | - | - | - |50 |29 7.2 (124 12 |(® |11 7
080-Z10-A27R-LN13-C |80 |62 |27 | - | - |20 14| - | - | - | - |50 |29 |7.2|12.4/ 12 | @ |1.1[10
100-Z07-A32R-LN13-C [100/80 {32 | - | - [26[18| - | - | - | - |50 |29 |8.2 144 12 |(™|20|7 LN..1306..
100-Z09-A32R-LN13-C [100/80 (32| - | - [26[18| - | - | - | - | 50|29 |82 144 12| |18]9
100-Z13-A32R-LN13-C ({100 80 | 32| - | - |26|18| - | - | - | - | 50|32 |82|144/ 12| ™ |19]13
125-Z09-A40R-LN13-C 125/ 87 |40 | - | - [33|22| - | - | - | - | 633292164/ 12 |(™|35]|9
125-Z11-A40R-LN13-C [125(87 |40 | - | - |33|22| - | - | - | - | 633292164 12 | (™ |3.4|11
125-Z16-A40R-LN13-C 12587 |40 | - | - [33|22| - | - | - | - | 63|38|9.2(164 12 |¢™|35]|16
160-Z09-A40R-LN13  [160/107| 40 [66.7| - | - | - | 14|20 | - | - | 63|38 9.2 16.4] 12 | Y| 48| 9
160-Z13-A40R-LN13  [160(107| 40 [66.7| - | - | - | 14|20 | - | - | 63|38 [9.2|164| 12 | P¥ 44|13
2
200-Z12-A60R-LN13  [200(140| 60 [101.6] - | - | - |18 |27 | - | - |63 |35 [14.2]25.6| 12 | p¥i| 6.8 12
250-Z12-A60R-LN13-M (250|180| 60 [101.6] - | - | - |18 |27 | - | - |63 |35 [14.2[25.6| 12 | P& |15.8[ 12
315-Z14-A60R-LN13-M |315(220 60 [101.6[177.8) - | - |18 |27 | 22 | 33 | 63 | 35 [14.2[25.6| 12 | P¥ |24.4{ 14| 3

Note: f" With internal coolant
}‘q Without internal coolant
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M i "ing Milling Cutters

ASM90-LN13 Z~_ I ~Z ||~Z
90° Approach angle square shoulder milling cutter @ @ @
SR
U] 8
LF
Dimension (mm) E =
S =
o =
Product code % E = = VA Inserts
= o
(]
8 | 8 | 5| % | & | 2] °3
ASM90-040-Z05-W32R-LN13-C 40 32 120 49 12 ﬁ' 0.8 5 LN..1306..
Note: ﬁ With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ e—
040315 g QCE:D] 3.5Nm
SP040115 DT-TP15
Wedge Wedge wrench Wedge screw Cartridge Cartridge wrench Cartridge screw
[ ] =
y s
AWG-6H-6 LT-H3 AWCH624 C-LN1342-62-90 LT-H5 ACH622
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O H| % (o 0| 0|0 | ¥
Dimension (mm) M
Slala|Z|Z|x(x|x|35|g
Insert shape Product code INSLfW1| S |RE|BS | D1 1|yl |y|l|v|[g|e|S|
alalolalalalolo|=2a
||| ||| C| <[ < | <
O_ LNHU 130608ER-FM2 13 68 | 101 | 08 | 25 | 45 [
|
n LNHU 130608ER-MM3 13 | 68 | 101| 0.8 | 25 | 45 °
n LNHU 130608ER-MM4 13 | 6.8 |10.15| 0.8 | 25 | 45 | ® o oo
LNHU 130608ER-MR2 13 68 (1015 08 | 25 | 45 | ® | ® | @ [ N I BN )
LNHU 130612ER-MR2 13 | 6.8 |10.09| 12 | 21 | 45 | ® | @ oo |0
LNHU 130616ER-MR2 13 | 6.8 |10.04| 1.6 | 18 | 45 | ® | @ LR R
n LNHU 130620ER-MR2 13 | 68 998 20 | 14 | 45| @ | @ o e .
LNHU 130624ER-MR2 13 68 | 993 | 24 | 09 | 45 [ [ )
LNHU 130631ER-MR2 13 | 68 | 984 | 31 | 0.3 | 45 ) ® ®
n LNHU 1306PDR-W 13 | 68 (1008 09 | 52 | 45 | @ °

® : Standard stock O : Made-to-Order

Materials Cutting depth and feed
LN..1306..
Geometry
I1SO Material classification Ten?;lﬁ::;??gth Ha(rgg;ess o MR2 | M:: 4 M2
(mm)
min max min [ max [ min | max | min | max

0.12 | 0.35(0.08 | 0.25 [ - -

0.10 | 0.30 [ 0.06 | 0.20 [ - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.08 | 0.250.06 | 020 | - -
Precipitation-hardening stainless steel 1013 300

0.50 12.00 | 012 | 035 | 0.08 | 0.28 | - -

Aluminum

- - - - 10.06|0.25
Aluminum alloy

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

ASM90-LN16 ~”_||~Z ||~
90° Approach angle square shoulder DCSFIS @ @ @
milling cutter N DCB s
8 g FVlV»V‘ DBC
& A | e

APMX
LF
CBDP

APNX

LF

L _
— : EN
pcce2  bC | 0
DCCB1
Fig. 1 Fig. 2
Dimension (mm) £ D
5| =
Product code 2 S E Z | 2| Inserts
& ~|a|&| 8|3 a z(x|28|° =
nlmlolOo|lo|O| O ala S| E|®
vo|lo|lo|@da|C|O|O|(0|uw|m|la|S|lal|lel=
o|la|la|loa|a|la|la|la|ld|lolx|x| <] =
ASM90-063-Z04-A22R-LN16-C | 63 | 52 |22 | - |18 | 11| - | - | 40 | 26 | 65|104| 15 | (@™ | 06| 4
080-Z05-A27R-LN16-C 80 | 62 | 27 - 120 |14 | - - 50 | 29 | 7.2 |12.4| 15 ﬁ' 111 5
1
100-Z06-A32R-LN16-C 1001 80 | 32| - | 26 | 18 = = 50 | 32 | 8.2 |14.4| 15 ﬁ' 2 6 LN..1607..
125-Z07-A40R-LN16-C  [125|87 | 40 | - |33 | 22| - | - | 63|38 (9.2 |164] 15 [ (™ 36| 7
160-Z08-A40R-LN16 160 (107 | 40 |667| - | - | 14| 20 | 63 | 30 |92 |164| 15 | P | 46| 8 | 2
Note: [;‘ With internal coolant
X Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| ——
263-160 g @jﬁ 5.0Nm
ST05013063 DT-T20
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O O % (o 0o 0|0 | ¥
Dimension (mm) M
Slola|Z|Z|x(x|x|35|g
- - o - - o o o
Insert shape Product code INSLIW1 | S |RE[BS|Dl|Q 2 2912|822
alalolalalalo|lo|=2|a
||| ||| C| << | <
n LNHU 160708ER-MR2 6 | 72]13 | 08|19 |54 | @ | @ e oo
LNHU 160716ER-MR2 16 | 72| 13 |16 | 15 | 54 | @ °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
LN..1607..
Geometry
- - Tensile strength Hardness ap MR2
ISO Material classification (N/mm?) (HB) P
(mm)
min max min max
0.10 0.30
0.08 0.28
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.08 0.25
Precipitation-hardening stainless steel 1013 300
E 1.00 15.00 0.10 0.30

Aluminum

Aluminum alloy

Hardened steel - 50-60HRC

H - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

ASM90-WNO4
90° Approach angle square shoulder milling cutter

Dimension (mm) § =
5 | =
Product code 2 § E Z Inserts
E o o o = X s Koy
n | ol O] O Q| a S = o}
olo|lo|O|O|lu|alals|la]| e|=
ala|laoa|lao|laoa|l3dJ|lo|lx| x| < | =
ASM90-040-Z05-A16R-WNO04-C 40 35 16 14 9 40 24 58 | 8.4 4 ﬁ' 0.3 5 WN..0403..
Dimension (mm) £ =
S =
O =
Product code % § = ..5’ Z Inserts
= ()
(3}
8 8 1w K % 2 =
ASM90-020-Z02-C20R-WNO04-C 20 20 150 29 4 ﬁ' 0.3 2
025-Z04-C25R-WNO04-C 25 25 170 35 4 ﬁ' 0.6 4 WN..0403..
032-Z05-C32R-WNO04-C 32 32 195 31 4 I 1.1 5
Note: f" With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ — ]
920-40 g U::ED] 12Nm
SP02506450H DT-TP08
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Compatible Inserts

8 ® Good Conditions @ General Conditions
i Machining conditions # Bad Conditions

s o W O @ R o0 0|0 0
Dimension (mm) M N|[H
Slola|Z|Z||x|¥|S|T
Insert shape Product code INSL{ IC | S [RE[BS|D1 |2 |8 Q2|21 |8|L =) )
alalolalalalo|lo|=2|a
||| ||| C| <[ < | <

a WNGU 040308R-MM4 77 | 67| 38| 08| 04|30 @ o oo

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
WN..0403..
Geometry
- - Tensile strength Hardness ap MM4
ISO Material classification (N/mm?) (HB) P
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
E 0.10 4.00 0.08 0.25
Aluminum
0.06 0.30

Aluminum alloy

H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

ASM90-WNO08 ~”_||~Z ||~
90° Approach angle square shoulder bosus @ @ @
milling cutter bes s

KDP
=
B3
=

DCB

[P A
DBC!

—]

m D008
!

sk 4
G
.

CBDP

CBDP

A\lig

Fig. 2
|
3l
1% S| =
Product code > lglalals N s x| 5|z 2| Inserts
o|8|18|8|8|3|8|3|u|lR|B|2|2|el|2
o)l 4|0 | XX | <] &
ASM90-050-Z04-A22R-WNO8-C | 50 | 42 |22 | - [17 | 11| - | - | 40| 26 | 65(104| 7 | @™ | 04| 4
050-Z05-A22R-WNO8-C | 50 | 42 | 22 | - |17 [ 11| - | - | 40 [ 26 | 65 |104| 7 (™ |03 5
063-Z04-A22R-WNO8-C | 63 [ 48 | 22| - |18 |11 | - | - | 40 | 26 | 65 |104] 7 (™| 06| 4
063-Z06-A22R-WNO8-C | 63 | 48 | 22 | - |18 | 11| - | - | 40 |26 |65 (104 7 | (™ |06]| 6
063-Z07-A22R-WNO8-C | 63 [ 48 |22 | - |18 | 11| - | - (40|26 |65(104| 7 | |06 7
080-Z05-A27R-WNO8-C | 80 | 52 | 27 | - |20 |14 | - | - |50 [29 |72 124 7 [@™|11] 5
080-Z07-A27R-WNO8-C | 80 | 52 | 27 | - |20 |14 | - | - |50 [29 |72 |124| 7 @™ |11] 7
080-Z09-A27R-WNO8-C | 80 [ 52 |27 | - |20 [14 | - | - [ 50|29 72124 7 | (@™ |11] 9 1
100-Z06-A32R-WNO8-C [100| 80 |32 | - |26 |18 | - | - | 50 | 32|82 (144 7 | |20 6
100-Z08-A32R-WNO8-C |100| 80 | 32 | - [26 |18 | - | - |50 |32 |82 [144| 7 [ |20] 8 0806
100-Z11-A32R-WNO8-C (100 80 |32 | - [26 |18 | - | - |50 | 32|82 |144| 7 | @™ |20 1
125-Z07-A40R-WNO8-C (12587 | 40 | - [33 |22 | - | - |63 |38|92(164 7 |@™|35]| 7
125-Z11-A40R-WNO8-C [125| 87 (40 | - [33 |22 | - | - | 63 (38|92 (164 7 | @™ |35] 11
125-Z13-A40R-WNO8-C [125| 87 [40 | - [33 |22 | - | - | 63 (3892|164 7 |¢(™|35]|13
160-Z08-A40R-WN08 160|107 | 40 [667| - | - | 14|20 | 63 | 30 | 9.2 |164| 7 |p#| 47| 8
160-Z12-A40R-WNO08 160|107 | 40 |667| - | - |14 |20 | 63 | 30 | 9.2 [164| 7 |y#| 43| 12
200-Z14-A60R-WNO8 200 (140| 60 [101.6 - | - |18 | 26 | 63 | 38 [142|256| 7 | p¥ |67 | 14 ?
250-Z16-A60R-WNO08 250|180 | 60 [101.6) - | - | 18 | 26 | 63 | 38 |142|256| 7 | /¥ |116| 16
\ )\
3L D :
Dimension (mm) g D
Product code % § Tz % z Inserts
g g o - % 2 =
ASM90-040-Z03-W32R-WNO8-C | 40 32 120 30 7 I 0.7 3
040-Z04-W32R-WNO8-C | 40 32 120 30 7 I 07 4 Y0806

Note: ('.‘ With internal coolant
X Without internal coolant

4314



Milling Cutters M i I I i ng

. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| e—
40-250 g Uj[:ﬂ] 3.5Nm
SP040090 DT-TP15

Compatible Inserts

® Good Conditions @ General Conditions

Machining conditions # Bad Conditions
o O B O X (o0 0|0 o
Dimension (mm) M N|H
S|2la|Z (3| xS
Insert shape Product code INSL{ IC | § [RE|BS|D1|[9|8|Y % ? § § § Slb
ala|lolalalalClo|2]a
| ||| ||| <
£ WNHU 080608R-FM2 145|125 | 6.46 | 0.8 | 2.0 | 44 )
g
é WNGU 080604R-MM3 14.6 | 125 | 6.44 | 0.4 | 22 | 44 [ ]
WNGU 080608R-MM3 145|125 | 645| 08 | 20 | 44 | ® | @ [ N ] [}
WNGU 080604R-MM4& 146 | 125 | 644 | 04 | 22 | 44 | @ | @ [}

WNGU 080608R-MM4 146|125 | 644 | 08 | 20 | 44 (@ | @ | @ e | o o °
WNGU 080612R-MM4 143|125 | 644 | 12 | 16 | 44 | @ | @
WNGU 080616R-MM4 142|125 | 644 1.6 | 12 | 44 | @ | @

WNGU 080608R-MR2 1451125 | 646 | 08 | 20 | 44 | ® o o o o

WNGU 080616R-MR2 142|125 | 646 | 1.6 | 1.2 | 44 | @® ® [

WNHX 0806ZZR-W 144|125 | 647 | 11 | 47 | 44 | @ [

é WNGU 080612R-MR2 143|125 | 646 | 12 | 1.6 | 44 | ® [ [

@ : Standard stock O : Made-to-Order
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Mi"ing Milling Cutters

Materials Cutting depth and feed
WN..0806..
Geometry
. I Tensile strength Hardness ap MR2 | MM4 FM2
ISO Material classification (N/mm?) (HB) ps
(mm)
min max min | max [ min | max | min | max

0.12 | 0.30 ( 0.08 | 0.25 [ - -

0.10 | 0.28 ( 0.10 | 0.25 [ - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 ( 0.08 | 0.20 [ - -
Precipitation-hardening stainless steel 1013 300

0.20 700 ]0.15|0.30(010|028( - -

Aluminum

- - - - [0.10 030
Aluminum alloy

Hardened steel - 50-60HRC

H - - |008[025| - -
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ASM90-WNO08-N
90° Approach angle square shoulder milling cutter

%\

@\

DosFus

nes

KoP

K, DCCB3

80P

£\l

Fig. 1
Dimension (mm) £ =
e x
Product code 2 S|z Z| 2| |Inserts
= D@ R & o z|x|E|® e
w) m Q Q Q Q [a) o > = ()
vl o|lo|o|o|o|(o|lu|lma|lal|l3|lale|l=
A|la|a|a|a|a|a|I|o|x|<|<]|E
ASM90-050-Z04-A22R-WNO8-N-C | 50 | 42 | 22 | 18 | 11 | - | - |40 | 26 | 65 [104] 7 | (™ |04 | 4
050-Z05-A22R-WNO8-N-C | 50 | 42 | 22 | 18 | 11 | - | - | 40 | 26 | 65|104] 7 | (™ |04 |5
063-Z04-A22R-WNO8-N-C | 63 | 48 | 22 | 18 | 11 | - - | 40 | 26 | 65 |10.4 ﬁ' 0.6 | 4
063-Z06-A22R-WNO8-N-C | 63 | 48 | 22 | 18 | 11 | - | - | 40 | 26 | 65|104] 7 | (™ |06 6
063-Z07-A22R-WNO8-N-C | 63 | 48 | 22 | 18 | 11 | - | - |40 | 26 | 65 (104] 7 | (™ |06 |7
080-Z05-A27R-WNO8-N-C | 80 | 62 | 27 | 20 | 14 | - | - |50 |29 |72 (124] 7 | (™ |12 5
080-Z07-A27R-WNO8-N-C | 80 | 62 | 27 | 20 | 14 | - | - |50 | 29 |72 |124| 7 | (@™ |11|7
1
080-Z09-A27R-WNO8-N-C | 80 | 62 | 27 | 20 | 14 | - | - |50 |29 |72 [124] 7 | (@™ |12]9
100-Z06-A32R-WNO8-N-C |100| 80 [ 32 | 26 | 18 | - | - |50 | 32 |82 [144| 7 [ (™ [19] 6
WNMU 0806..
100-Z08-A32R-WNO8-N-C |100| 80 [ 32 | 26 [ 18 | - | - |50 | 32 |82 [144] 7 | (™ |19 8
100-Z11-A32R-WNO8-N-C [ 100| 80 | 32 | 26 | 18 | - - | 50 | 32 | 82 (144 7 ﬁ' 1.8 |11
125-Z07-A40R-WNO8-N-C |125| 87 [ 40 | 33 | 22 | - | - |63 |38 |92 |164| 7 | (™ |36]|7
125-Z11-A40R-WNO8-N-C |125| 87 | 40 | 33 | 22 | - | - | 63 | 38 | 9.2 |164| 7 | /™ |36 |11
125-Z13-A40R-WNO8-N-C |125| 87 | 40 | 33 [ 22 | - | - | 63 | 38|92 |164| 7 | @™ |35 |13
160-Z08-A40R-WNO8-N | 160|107 [ 40 | - | - | 14 | 20 | 63 | 30 | 92 [164| 7 | p¥ | 44| 8
160-Z12-A40R-WNO8-N | 160|107 | 40 | - | - | 14 | 20 | 63 | 30 | 9.2 |164| 7 | p#| 43 |12
2
200-Z14-A60R-WNO8-N (200|140 | 60 | - | - | 18 | 27 | 63 | 45 |142(256| 7 | P¥ | 6.4 |14
250-Z16-A60R-WNO8-N  [250|180| 60 | - | - | 18 | 27 | 63 | 45 |14.2|256| 7 | P¥ |119[16
g (- g
v g
Dimension (mm) £ =
K =
o )
Product code % § = .5’ z Inserts
= o
Q
8 8 = 5 % £ =
ASM90-040-Z03-W32R-WNO8-N-C | 40 32 120 30 7 - 0.7 3
WNMU 0806..
040-Z04-W32R-WNO08-N-C 40 32 120 30 7 ﬁ' 0.7 4

Note: ﬁ With internal coolant
ﬁ Without internal coolant
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Mi"ing Milling Cutters

. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
240-250 g GCE:DJ 35Nm
SP040112 DT-TP15

Compatible Inserts

D1

= ‘H ® Good Conditions @ General Conditions
@ A Machining conditions # Bad Conditions
< o W W W B (o|0o 0|00
Dimension (mm) M N|H
22|23 ¥|¥|x = ==
— | v« | v¥— | — ||| S| =
Insert shape Product code INSL| IC | S |RE| BS | D1 @ |00 (Q|L|c|L
alaloladlalalo|lo|=2|a
||| || <[ Q| <[ | <
‘ WNMU 080608R-MM3 145|125 | 658 | 08 | 22 | 44 | ® ole|e|e
WNMU 080608R-MM4 145(125|658| 08 | 22 | 44 |®@| O | @ | @ | @ @ O
‘ WNMU 080612R-MM4 143|125 647 | 12 | 12 | 44 | @ e o o
WNMU 080616R-MM4& 143 125|650 | 1.6 | 08 | 44 | @ LI N )
WNMU 080608R-MR2 145 1125|660 | 08 | 22 | 44 | ® | O e e @ | O
‘ WNMU 080612R-MR2 143|125 | 647 | 12 | 12 | 44 | ® ol oo
WNMU 080616R-MR2 143 125|650 | 16 | 08 | 44 | @ e |0 [
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
WNMU 0806..
Geometry
) e Tensile strength Hardness ap MR2 | MM4 MM3
I1SO Material classification (N/mm?) (HB) e
(mm)
min max min | max | min [ max | min | max
0.08 | 0.28 | 0.08 | 0.25 [ 0.12 | 0.25
0.06 | 0.22 | 0.06 | 0.20 | 0.10 | 0.20
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 0.20 | 0.10 | 0.18
Precipitation-hardening stainless steel 1013 300
m 0.6 7.00 |[0.08 | 0.30 | 0.08 | 0.28 - -
Aluminum
Aluminum alloy
a - - 0.08 | 0.15 - -
H Hardened steel - 50-60HRC ) B ) B B _
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ASM90-TD15 7 |l ||~ - % =
90° Approach angle square shoulder milling cutter @ @ @ @ h/
DCSFMS Desrus DCSFMS
- P - DCB pcs DBC
K’E Py g e e 'Tc:a
‘ o § il | S| pocay AW
\ 1 g i
‘1 = 5 |8 e
- : e pecas
Fig. 1 Fig. 2 Fig. 3
Dimension (mm) % D
e} X
Product code g S E Z | 2| Inserts
nlmlolo|lo|lol o ol a S| el o
vl olo|a|lo|0|[O|0|u|la|lalS|la|le|=
ala|la|lo|la|lala|lald|lo|lx|x|<| =
ASM90-040-Z04-A16R-TD15-C | 40 | 35 | 16 | - M8 | - | - | - |40 | - |58[84 11 | (™ 024 |1
050-Z04-A22R-TD15-C 50 | 46 | 22| - |18 | 11 | - - | 40 | 26 | 65 [10.4] 11 ‘*' 04| 4
050-Z05-A22R-TD15-C | 50 [ 46 | 22 | - |18 | 11| - | - | 40 | 26 [ 65 (104 11 [ (™ 03| 5
063-Z04-A22R-TD15-C | 63 | 48 | 22| - |18 | 11| - | - | 40 | 26 | 65 |10.4| 11 | (™ | 05| 4
063-Z05-A22R-TD15-C | 63 [ 48 | 22 | - [18 | 11| - | - | 40 | 26 [ 65 |104[ 11 | (™ | 05| 5
063-Z06-A22R-TD15-C | 63 | 48 | 22 | - |18 | 11| - | - | 40 | 26 [ 65 |104] 11 | (™| 05| 6
080-Z05-A27R-TD15-C | 80 | 62 | 27 | - |20 | 14| - | - |50 | 29 |72 |126] 11 | ¢™ |11 5
2
080-Z06-A27R-TD15-C | 80 [ 62 | 27 | - |20 | 14| - | - |50 | 29 [72 |126] 11 | @™ |11 ] 6
080-Z07-A27R-TD15-C | 80 | 62 | 27 | - | 20 | 14| - | - |50 | 29 | 7.2 |126] 11 | ¢® [ 11| 7 TD..1505..
100-Z06-A32R-TD15-C [100| 78 | 32 | - |26 |18 | - | - |50 [ 32 |82 |144| 11 | (™ 18| 6
100-Z08-A32R-TD15-C | 100| 78 | 32 | - |26 [ 18 | - | - |50 | 32 |82 |[144| 11 | (™ |18 8
125-Z07-A40R-TD15-C | 125| 90 | 40 | - [ 33 |22 | - | - |63 |38 |92 |164] 11 |¢™[32]7
125-Z09-A40R-TD15-C | 125| 90 | 40 | - [ 33 |22 | - | - |63 |38 |92 |164] 11 |¢™[33]|9
160-208-A40R-TD15 160|107 | 40 |667| - | - | 14| 20 | 63| 30 | 92 [164| 11 | p¥| 42| 8
160-Z10-A40R-TD15 160|107 | 40 |667| - | - | 14| 20 | 63 | 30 | 9.2 [164] 11 | P& | 42|10
3
200-Z09-A60R-TD15 200 (130 | 60 [101.6] - | - |18 | 27 | 63 | 48 [142(256| 11 | P¥ | 64 | 9
250-Z11-A60R-TD15-M | 250 (180 | 60 [1016] - | - | 18 [ 27 | 63 | 45 [14.2|25.6| 11 | P |14.6] 11
Note: ASM90-040-204-A16R-TD15-C is connected with dowel screws. Note: ﬁ' With internal coolant

ﬂ Without internal coolant
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ASM90-TD15
90° Approach angle square shoulder milling cutter

QN
)
@\
&
&
{a

Dc
%
{

DCON

¢ APMX

v LF.
Dimension (mm) £ =
S =
o =
Product code % § i < z Inserts
= (]
(]
8 | 8 | 5| 35| 5| 2] =
ASM90-032-202-C32R-TD15-C 32 32 110 36 11 - 0.6 2
032-Z02-C32R-TD15-L200-C | 32 32 200 36 11 - 1.1 2
TD..1505..
040-Z03-C32R-TD15-C 40 32 120 38 1 = 0.7 3
040-Z203-C32R-TD15-L200-C 40 32 200 38 1 ﬁ' 1.2 3
Note: When the inserts' nose radius R 2 3.1mm, the cutters’ nose area must be ground. Note: nJ‘-'l With internal coolant
For R3.1 inserts, grind the tool body’s nose area to R2.0mm. <
For R4.0 inserts, grind the tool body’s nose area to R4.0mm. }{ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ ——
©32-250 g Oj]] 35Nm
SP040100H DT-TP15
Wedge Wedge screw wrench Wedge screw Dowel screw wrench
AWG-6H-6 LT-H3 AWCH624 LT-H4
Cartridge Cartridge screw wrench Cartridge screw Dowel screw
5N/
Y, CH
C-TD1540-62-90 LT-H5 ACHé622 WD080300
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ®H| 6| 6| | 0|0 |0 |0 | B
Dimension (mm) M
Slola|Z(Z|¥(x|¥|S5|g
Insert shape Product code L|IC|S|RE|BSIDI|AN| |8 9| 2|Q(Q|g|le|S|
alalolalalalolo|=2|a
<|l<|I|<|<|<|=x|x|=<|<
N TDHT 150508R-FM2 15.4(11.4|556| 0.8 | 1.6 | 4.4 | 15° )
‘ TDMT 150508R-MM3 15.1(11.4|556| 0.8 | 1.5 | 44 [ 15°| ® oo
TDHT 150508R-MM3 15.1|11.4|556| 08 | 1.5 | 44 | 15° | ® [ NI I J [
TDMT 150508R-MM4 151|114 56 | 08 |15 | 44 |15°| @ e o | o |0 |0
TDHT 150508R-MM4 151|114 56 |08 | 15 | 44 |15°| @ | @ [ )
TDMT 150512R-MM4 150(114[56 |12 (10| 44 |15°| @ o o o o
b TDMT 150516R-MM4 149|114 56 | 1.6 | 09 | 44 | 15° | ® o o0 |e
TDMT 150520R-MM4 147|11.4| 56 | 20 | 0.7 | 44 | 15° [
TDMT 150524R-MM4 14.6|11.4| 5.6 | 24 | 0.6 | 4.4 | 15° [ ]
TDMT 150531R-MM4 141(11.4(556| 3.1 | 0.4 | 4.4 | 15° [ ]
TDMT 150540R-MM4 13.4(11.4|556| 40 | 0.4 | 4.4 | 15° [ ]
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
TD.. 1505..
Geometry
i MM4 MM3 FM2
ISO Material classification Ten?;lle/;tr;ez?gth Ha(ﬁ;;}ss ap | =
(mm)
min max min | max | min [ max | min | max

0.08 | 0.28 ( 0.08 | 0.25 - -

0.06 | 0.22 ( 0.06 | 0.20 [ - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 [ 0.06 | 0.20 [ - -
Precipitation-hardening stainless steel 1013 300

0.30 11.00 | 0.08 | 0.30 | 0.08 | 0.28 | - -

Aluminum

- - - - 10.06 | 0.35
Aluminum alloy

0.08 | 0.15(0.08 | 015 - -

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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TD15 Milling Cutter Series

Max. ramp A

Straight Ramping Circular interpolate milling
Cutter diameter
© Max. ramp-A Mm'(ﬁ:?)th_l‘ Max.ap (mm) Min. Dia. (HD) Max. Dia. (HD) | Max. pitch (rev)
53.5 1.4
32 1.4° 479 11
64 2.1
70.1 15
40 1.0° 633 11
80 1.3
90.1 15
50 0.8° 824 1
100 1.9
116.1 15
63 0.6° 1073 11
126 1.8
150.3 15
80 0.5° 1399 11
160 1.8
190.5 1.3
100 0.3° 2144 1
200 14
240.3 1.6
125 0.3° 2262 1
250 1.7
310.3 1.6
160 0.2° 2933 11
320 1.7
390.3 1.6
200 0.2° 3692 11
400 1.7
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ASM90-S012 ~”_||~Z |~
90° Approach angle square shoulder milling cutter @ @ @

DCsFMS

DCSFIS
0CB
f————
DBCt
—]

Kiw

’-—1 20c34
\

bcs

KDP.

kop

cBDP.

CBOP
\

APMX

w |
"
Fig. 2
Dimension (mm) % £}

Product code % lslalals N s | x ‘_g % Z | 2| Inserts
0818183388 |.|R|8|s|&|2|2
ool 4]0 | X | X || £

ASM90-050-Z04-A22R-SO12-C | 50 | 45 | 22 | - [ 18 | 11| - | - |40 | 26 | 65 (104 9 | (™ |03 | 4
050-Z05-A22R-SO12-C | 50 | 45 |22 | - [ 18 | 11| - | - | 40 | 26 | 65|104| 9 (™ 03| 5
063-Z05-A22R-SO12-C | 63 | 55 |22 | - [18 | 11| - | - | 40 | 26 | 65|104| 9 (™ 05| 5
063-Z06-A22R-SO12-C | 63 |55 |22 | - |18 | 11| - | - | 40 | 26 | 65 (104 9 [(™ |05 6
080-Z06-A27R-SO12-C |80 | 62 |27 | - [ 20 (14| - | - |50 |29 |72 (124] 9 [/ 11| 6
080-Z08-A27R-SO12-C | 80 | 62 | 27 | - |20 | 14 | - | - |50 |29 |72 (124 9 (@™ |11] 8 | 1
100-Z05-A32R-SO12-C [100| 80 | 32 | - |26 [ 18 | - | - |50 | 32 (82 |144] 9 | (™ |17 5
100-Z07-A32R-SO12-C |100| 80 [ 32 | - | 26 |18 | - | - |50 | 32 | 82 [144| 9 | (™ |17 7 SO..1204..
100-Z10-A32R-SO12-C [100| 80 [ 32 | - [26 |18 | - | - | 50 | 32 | 82 |[144] 9 (™ |18 10
125-Z08-A40R-SO12-C |125| 90 [ 40 | - |33 | 22| - | - | 63|38 |92 (164 9 |¢(™|33] 8
125-Z12-A40R-SO12-C [125| 90 | 40 | - [33 |22 | - | - | 63 (38 |92 (164 9 | (™ |35] 12
160-Z12-A40R-SO12 160|107 | 40 |667| - | - | 14| 20 | 63 [ 30 | 9.2 (164 9 | P | 40| 12
160-Z15-A40R-SO12 160|107 | 40 |667| - | - | 14| 20 | 63 | 30 | 9.2 |164| 9 | ¥® |40 15
200-Z16-A60R-SO12 200130 60 1016 - | - | 18 | 27 | 63 | 48 [14.2|256| 9 | P®i | e8| 16 2
250-Z18-A60R-SO12 250|180 | 60 1016 - | - | 18 | 27 | 63 | 48 [14.2|256| 9 | p® [128]| 18

oL g
} ST :
Dimension (mm) E D
Product code (Z) < g %’; VA Inserts
g | 8|w |z |8 |22

ASM90-032-Z02-C25R-SO12-L100-C 32 25 100 35 9 £ 0.4 2
032-203-C32R-S012-L130-C 32 32 130 29 9 i 07 3
040-203-C32R-S012-L170-C 40 32 170 36 9 £ 1.0 3 S0.1204..
050-Z03-C32R-SO12-L120-C 50 32 120 37 9 g 08 3
050-Z04-C32R-SO12-L120-C 50 32 120 37 9 £ 08 4

Note: g;' With internal coolant
ﬂ Without internal coolant
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ASM90-S012
90° Approach angle square shoulder milling cutter

@\.
@\
@\

DCON

Dimension (mm) 5 S
S &
o +
Product code % E = ._5’ Z Inserts
= [}
(2]
8 | 8| 9w | 5| % | & | =
ASM90-032-Z03-W32R-SO012-L130-C 32 32 130 29 9 ﬁ' 0.7 3
" SO..1204..
040-Z04-W32R-SO012-L110-C 40 32 110 36 9 ™ 0.7 4
Note: ﬁ‘ With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| ——
©32-250 g @ 3.5Nm
SP040112 DT-TP15
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Compatible Inserts

L 2
o
IRiVan — —
&% ® Good Confi!tlons ® General Conditions
7 Machining conditions # Bad Conditions
N [N BN RN RE B N NE NN
Dimension (mm) M H
D|D|al| X % Y | X | X % I
Insert shape Product code IC S |RE|BS|[D1|AN | | ]| |L|Q|wL|Q|w
alalo|lalalajlo|lo|ala
||| ||| <[ | <
’ SOMT 120408PDER-MM4  |12.46| 48 | 08 | 13 | 46 | 15° | @ e o 0|0 oo
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SO..1204..
Geometry
) - Tensile strength Hardness ap MM4
I1SO Material classification (N/mm?) (HB) pe
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
E 0.50 9.00 0.08 0.25
Aluminum
Aluminum alloy
B 0.06 0.18
H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ASM90-A006
90° Approach angle square shoulder milling cutter

Q
)
@\
&
&
Qe

pcon

Dimension (mm) § D
S =
o =
Product code % § E ._5’ YA Inserts
= (]
Q
g a 4y 5 % £ =
ASM90-010-Z02-C10R-A006-L060-C | 10 10 60 18 5 I 0.1 2
010-Z02-C10R-A006-L100-C | 10 10 100 32 5 o 0.1 2
012-Z03-C12R-A006-L070-C | 12 12 70 17 5 I 0.1 3
012-Z03-C12R-A006-L120-C 12 12 120 32 5 ﬁ' 0.1 3
014-Z03-C16R-A006-L100-C 14 16 100 34 5 ﬁ' 0.1 3
AO..0602..
016-Z04-C16R-A006-L090-C 16 16 90 32 5 ﬁ' 0.1 4
016-Z03-C16R-A006-L150-C | 16 16 150 32 5 o 02 3
020-Z05-C20R-A006-L100-C 20 20 100 32 5 ﬁ' 0.2 5
020-Z04-C20R-A006-L150-C 20 20 150 32 5 _ﬁ' 0.3 4
025-Z05-C25R-A006-L100-C 25 25 100 32 5 g" 0.3 5
Note: ,f;' With internal coolant
R Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
g — b=
@10-25 0.3Nm
SP01803655 FT-TPO5
Compatible Inserts
® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o O W O B (0|0 0| K | o
Dimension (mm) M H
OD|D|lal|= % X x|x|g|ZT
Insert shape Product code L |W1[ S [RE[BS|D1|AN || L|Q|w|O|L|Q E
o o Q| a o a O|lO | a o
|| ||| <[ < || <
Q AOMT 060204ER-MM3 58 | 41 |245|/04 |09 20|15 | ® o0 °
o AOMT 060208ER-MM3 58 | 41245/ 08 |05|20(15°| @ oo °

@ : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
AO..0602..
Geometry
) o Tensile strength Hardness ap MM3
ISO Material classification (N/mm?) (HB) =
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
m 0.10 5.00 0.08 0.25
Aluminum
Aluminum alloy
8 0.06 0.18
H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.

Max. ramp A

Cutter diameter Straight Ramping Circular interpolate milling
®) Max. ramp-A  |Min. length-L (mm)| Max.ap (mm) Min. Dia. (HD) | Max. Dia. (HD) | Max. pitch (rev)
122 0.4
10 38 84 5.0
20 1.8
16.2 0.7
12 3.6° 89.6 5.0
24 2
i 202 0.8
14 29 112 5.0
28 1.9
242 0.7
16 1.9° 168 5.0
32 1.4
o 322 0.8
20 1.4 224 5.0
40 1.3
42.2 0.9
25 1.1° 294 5.0
50 1.3
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ASM90-A010 7 [~ [~ -— =
90° Approach angle square shoulder milling cutter @ @ @ @ § \QI

>
R

cape

Dimension (mm) £ =
S [ =
Product code 2 8|z Z Inserts
E m 8‘ o x o =)
n |l o] o] O o | a § > = o
Ol OO | OO | | m|A o | 2| =2
Aa|laoa|laoa|la|laoa|l|3I|lOo| x| x| < | =
ASM90-040-Z05-A16R-A010-C 40 35 16 14 9 40 24 58 | 8.4 9 (*" 0.2 5 AO..10T3..
Dimension (mm) % =
E &
o =
Product code % § E ._5’ YA Inserts
= [}
(3}
3 8 | 4 5 % £ =
ASM90-016-Z02-C16R-A010-L130-C 16 16 130 24 9 ﬁ' 0.2 2
. AO.10T3..
020-Z03-C20R-A010-L150-C 20 20 150 28 9 - 0.4 3
o < 1)
: U :
Dimension (mm) E =
S =
(=) =
Product code % § = ..5’ YA Inserts
= (5}
Q
a a Ly 5 % £ =
ASM90-025-Z04-W25R-A010-C 25 25 100 325 9 ﬁ' 0.4 4
AO..10T3..
032-Z05-W32R-A010-C 32 32 110 325 9 ﬁ' 0.6 5
Note: ﬁ' With internal coolant
X Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
216-40 g @ 1.2Nm
SP02506450H DT-TP08

4328



Milling Cutters M i"ing

Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
(M O @ K (o0 0 % o
Dimension (mm) M H
O|D|al|= % X|xIX|g|T
Insert shape Product code L (W[ S |RE|BS|D1|ANfwL |0l |L]|Q|wL|Q|Lw
o o Q| a o a OO | a o
<|l<|<|<|<|<|=x|<|<| <
AOMT 10T308ER-MM4& 93 1685383/ 08|15 (30 (15°| ® [ ] L N )
g AOMT 10T316ER-MM4 93 1685(383| 16|12 |30 15° e |0 °
AOMT 10T331ER-MM4 9.4 1685|3.83] 3.1 - [30(15° O [ )

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
AO..10T3..
Geometry
i I Tensile strength Hardness ap MM4
ISO Material classification (N/mm?) (HB) s
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
m 0.10 9.00 0.08 0.25
Aluminum
Aluminum alloy
B 0.06 0.18
H Hardened steel = 50-60HRC
Chilled cast iron = 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Max. ramp A

Cutter diameter Straight Ramping Circular interpolate milling
(D) Max. ramp-A | Min. length-L (mm) [ Max.ap (mm) Min. Dia. (HD) Max. Dia. (HD) | Max. pitch (rev)
. 18.6 0.6
16 5.0 103.5 9
32 37
o 26.6 1.1
20 35 148.5 9
40 32
36.6 1
25 1.9° 273 9
50 2.2
50.6 1.2
32 1.4° 378 9
64 2
66.6 1.3
40 1.0° 498 9
80 1.9
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ASM90-A012 7 [~ [~ -— § =
90° Approach angle square shoulder milling cutter @ @ @ @ h/
N
om ﬁ
i 9/
Dimension (mm) £ D
e =
Product code 2 5 E z Inserts
E m 0 o = X ™ o
w) m Q Q (&) o > = (7]
v|lo|lo|O|O|luw|la|lals|l&ag]|e]|=
[a)] o o o o — O X X < £
ASM90-040-Z04-A16R-A012-C | 40 | 35 | 16 | 14 | 9 | 40 | 24 | 58 [ 84 | 10 | @™ | 02 | 4
050-Z05-A22R-A012-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 10 | @™ | 03 | 5
050-Z07-A22R-A012-C | 50 | 42 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 10 [ @™ | 03 | 7
063-Z06-A22R-A012-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [ 104 | 10 | (™ | 05 | 6 | AO.1204.
063-Z08-A22R-A012-C | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 10 [ @™ | 05 | 8
080-Z07-A27R-A012-C | 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 10 | ¢® | 12 | 7
080-Z10-A27R-A012-C | 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 10 | (™ | 1.1 | 10

oc
DcoN

LH

Dimension (mm) § '_@
Product code % § ‘—z %; z Inserts
g | 8| s | 5|8 2|3
ASM90-020-Z02-C20R-A012-L150-C 20 20 150 28 10 I 0.3 2
025-Z03-C25R-A012-L170-C | 25 25 170 33 10 I 0.6 3 AO.1204..
032-Z04-C32R-A012-L250-C 32 32 250 35 10 ﬁ 1.4 4

Note: q‘a With internal coolant
X Without internal coolant
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ASM90-A012
90° Approach angle square shoulder milling cutter

\

Q
A
Q
&
{

FL
O
[]

LF

Dimension (mm) £ &)
s | 2
O =
Product code % § i ._5’ z Inserts
= )
Q o 2
a a 4 5 < E >
ASM90-020-Z02-W20R-A012-C 20 20 85 285 10 I 0.2 2
025-Z03-W20R-A012-C 25 20 95 33 10 - 0.2 3
. AO..1204..
032-Z04-W32R-A012-C 32 32 105 36.5 10 - 0.5 4
040-Z04-W32R-A012-C 40 32 120 43 10 ﬁ' 0.7 4
CRKS
ﬂwwﬂ T
APMX
LH
OAL
. . =
Dimension (mm) S =
e g
Product code 2 s E z Inserts
= | z w | x| 8| ®
| 8|8z 12|52
a a a S 4 S < E
ASM90-020-Z02-M10R-AO012-C 20 18 10.5 51 315 M10 10 ﬁ' 0.1 2
025-Z03-M12R-A012-C 25 23 125 59 37 M12 10 f;' 0.1 3
AO..1204..
032-Z04-M16R-A012-C 32 29 17 72 48 M16 10 ﬁ 0.2 4
035-Z04-M16R-A012-C 35 29 17 72 48 M16 10 ﬁ 0.3 4
Note: When the inserts' nose radius R = 2.4mm, the cutters’ nose area must be ground. Note: ,f;' With internal coolant
For R2.4 inserts, grind the tool body’s nose area to R1.5mm. ) .
For R3.1 inserts, grind the tool body’s nose area to R2.0mm. K Without internal coolant
For R4.0 inserts, grind the tool body’s nose area to R3.0mm.
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ — ]
220-35 g U\f_:[:m
4.0Nm
SP035078
DT-TP10
@40-80 SP035086
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O O | % (o 0|00 |0
Dimension (mm) M
Slola|Z|Z|x(x|x|35|g
Insert shape Product code L|W1| S |RE|BS|DI|AN|R |2 |9 2| (Q|g|l2|S|Q
alalolalalalolo|=2a
||| ||| C| << | <
@ AOHT 120408ER-FM2 11.3(8.15|5.07| 0.8 | 1.5 | 3.9 | 15° )
AOHT 120404ER-MM3 11.3(8.15(5.07| 0.4 [ 1.9 |39 | 15°| ® L ) °
a AOHT 120408ER-MM3 11.3/8.15/5.07| 0.8 | 1.5 |39 |15°| @ e o o )
AOMT 120408ER-MM3 11.3(8.15(507| 08 [ 1.4 |39 | 15°| @ o o o °
AOMT 120404ER-MM4 11.5|/815|5.07| 04 | 19 |39 |15°| @ o o o °
AOMT 120408ER-MM4 115(8.15(507| 08 |15 (39 |15°| ® | @ o o o °
AOMT 120412ER-MM4 115|8.15|5.07| 1.2 | 1.2 | 3.9 | 15° [ NI ] [ ]
g AOMT 120416ER-MM4 113/8.15|507| 1.6 | 1.2 | 39 | 15° oo o
AOMT 120420ER-MM4 11.2(8.15(5.07| 20 |10 (39 |15°| ® e | o )
AOMT 120424ER-MM4 11.0/8.15|5.07| 2.4 | 09 [ 39 |15°| @ o | e °
AOMT 120431ER-MM4 10.9|8.15|5.07| 3.1 | 06 |39 |15°| @ e | o )
AOMT 120440ER-MM4 10.6(8.15(5.07| 40 | 0.8 | 3.9 | 15° e | o [ )
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
AO..1204..
Geometry
i MM4 MM3 FM2
ISO Material classification Ten?;lle/:qtl;ezr)wgth Ha(lgg;ess a | =
(mm)
min max min | max [ min | max | min | max

0.08 | 0.28  0.08 | 0.25 [ - -

0.06 | 0.22 [ 0.06 | 0.20 [ - -

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 020 | - -
Precipitation-hardening stainless steel 1013 300

0.10 10.00 | 0.08 | 0.30 | 0.08 | 0.28 | - -

Aluminum

- - - - 1006 0.35
Aluminum alloy

0.08 | 0.15( 0.08 | 015 [ - -

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Max. ramp A

Cutter diameter Straight Ramping Circular interpolate milling
(D) Max. ramp-A | Min. length-L (mm) | Max.ap (mm) Min. Dia. (HD) Max. Dia. (HD) | Max. pitch (rev)
25 12
20 53 119.6 10
40 49
35 17
25 3.6 175.6 10
50 4.2
49 1.3
32 1.7 378.0 10
64 25
55 1.4
35 1.5 4245 10
70 2.4
65 1.6
40 1.3 468.9 10
80 25
85 2.0
50 13 501.5 10
100 2.9
111 20
63 0.9 708.6 10
126 2.6
145 22
80 0.7 875.2 10
160 2.7
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ASM90-AP10 7|24 |Z y —
90° Approach angle square shoulder milling cutter @ @ @ @ @ ‘3/

DCSFMS

cBDP

APM

ncce2

pcest
je———DCC8L

o
3

Dimension (mm) § =
5 | 2
Product code 2 S E Z Inserts
E o o o = X ks Koy
| ol ol O Q| a S| £| o
olo|lo|O|O|lu|alals|la]| e|=
a|lala|lala|l3|lo|lx| x| < | =
ASM90-040-Z06-A16R-AP10-C 40 [ 35 | 16 | 14| 9 | 40 | 24 |58 |84 9 | (™ |02] 6
050-Z07-A22R-AP10-C 50 45 22 18 11 40 26 6.5 | 10.4 9 ﬁ' 0.3 7 AP..1003..
063-Z07-A22R-AP10-C 63 55 22 18 11 40 26 6.5 | 10.4 ﬁ' 0.6 7
§ + Lo
N
Dimension (mm) % =
S =
O =
Product code (Z) E = ._5’ YA Inserts
= [}
(3}
8 8 - i % £ =
ASM90-016-Z02-C16R-AP10-L90-C 16 16 90 22 9 ﬁ' 0.2 2
020-Z03-C20R-AP10-L110-C | 20 20 110 22 9 I 03 3
= AP.1003.
025-Z04-C25R-AP10-L120-C 25 25 120 22 9 - 0.5 4
032-Z05-C32R-AP10-L130-C 32 32 130 26 9 g" 0.8 5
2
g
Dimension (mm) § =
S L
Product cod 2 S| 2| 2 Insert
oduct code > - " =< = = nserts
c| 8|8z |z | 5|8
a a a o) - O < E
ASM90-020-Z03-M10R-AP10-C 20 23 10.5 495 30 M10 9 ﬁ' 0.1 3
025-Z04-M12R-AP10-C 25 30 12.5 57.2 35 M12 9 ﬁ 0.2 4 AP..1003..
032-Z05-M16R-AP10-C 32 | 30 | 17 | 67 | 43 | M6 | 9 | 02 5

Note: f;‘ With internal coolant
X Without internal coolant
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
216-63 g [C[:D] 1.2Nm
SP02506450H DT-TPO8

Compatible Inserts

w1

B\

g EIIh ® Good Conditions @ General Conditions
V// \ Machining conditions # Bad Conditions
@ o ®H| H | R|0o|0 0 & o
Dimension (mm) M H
O|D|al|= % X|x|x|g|Z
Insert shape Product code L |W1| S |RE[BSIDI|AS || L |lQv|lQ|L|Q|w
alalolalalajlolOo|la | a
||| <[ << | < | <[ | <
g APKT 1003PDER-IT 108|6.66| 38|08 |11 |28 |17°| ® | @ [ ]

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
AP.1003..
Geometry
; S Tensile strength Hardness ap T
I1SO Material classification (N/mm?) (HB) =
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
m 0.10 9.00 0.08 0.25
Aluminum
Aluminum alloy
B 0.06 0.18
H Hardened steel = 50-60HRC
Chilled cast iron = 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ASM90-AP17
90° Approach angle square shoulder milling cutter

e\ <2

-

@\.

KDP

]

CBDP

APMX

Dimension (mm) E =
g | =
Product code 2 - | o S|z Z Inserts
o m m o = X s Koy
»n | ol O] o | a b = o
olo|lo|O|O|lu|alals|la]| e|=
O |loa|laoa|lao|la|ldJ|lo| x| x| < | =
ASM90-050-Z05-A22R-AP17-C 50 | 45 | 22 | 18 | 11 | 40 | 26 | 6.5 |10.4[155 ﬁ' 04| 5
063-Z06-A22R-AP17-C 63 | 55 |22 |18 | 11| 40 | 26 | 65 [10.4|15.5 ﬁ' 06| 6
AP.1705..
080-Z06-A27R-AP17-C 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 |12.4|155] ¢ | 11 6
100-Z08-A32R-AP17-C 100| 78 | 32 | 26 | 18 | 50 | 32 | 8.2 |14.4|155 ﬁ' 18| 8
Dimension (mm) g =
g =
o =
Product code <23 § = % YA Inserts
(9]
g | 8 - i % £ =
ASM90-025-Z202-C25R-AP17-L100-C 25 25 100 37 15.5 ﬁ' 0.4 2
032-Z03-C32R-AP17-L110-C 32 32 110 39 15.5 ﬁ' 0.6 3
AP.1705..
032-Z03-C32R-AP17-L200-C 32 32 200 39 15.5 ﬁ' 1.1 3
040-Z04-C32R-AP17-L120-C 40 32 120 49 15.5 ﬁ' 0.8 4
Note: ﬁ' With internal coolant
X Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
@25 g @
4.0Nm
SP040084 DT-TP15
©32-100 SP040100H DT-TP15
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Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ®H| 6O O ||| 0 0 0o
Dimension (mm) M N|[H
S|ola|Z (T |¥|x|¥|S|T
o Al Ao A o — Ao o -
Insert shape Product code L W1 S |RE|BS|DI|ANfWL |0 L]0 LW
alalolalalalo|lo|=2|a
<|l<|I|<|<|<|=x|x|=<|<
a APKT 1705PER-DT 16.5/10.76/5.63| 08 | 22 | 44 |11°| ®@ | ® | O [ )
APKT 170516R-DT 16.8/10.74|5.63| 1.6 | 1.7 | 44 | 11°| @ °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
AP.1705..
Geometry
. o Tensile strength Hardness ap DT
ISO Material classification (N/mm?) (HB) =
(mm)
min max min max
0.08 0.25
0.06 0.22
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 0.20
Precipitation-hardening stainless steel 1013 300
m 0.50 15.50 0.08 0.25
Aluminum
Aluminum alloy
B 0.06 0.18
H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Max. ramp A

Cutter diameter Straight Ramping Circular interpolate milling
®) Max. ramp-A | Min. length-L (mm) | Max.ap (mm) Min. Dia. (HD) Max. Dia. (HD) | Max. pitch (rev)
30.6 1.3
25 5.0° 184 15.5
50 5.8
44.6 53
32 9.0° 102 15.5
64 13.5
40.6 48
40 5.0° 184 15.5
80 9.3
80.6 6.3
50 4.4° 209 15.5
100 10.3
. 106.6 65
63 32 288 15.5
126 9.4
o 140.6 6.5
80 2.3 401 15.5
160 8.6
. 180.6 6.8
100 1.8 513 15.5
200 8.4

339 b



Mi"ing Milling Cutters

APE90-LNO09 Helical Milling Cutter

@\
@\

Dimension (mm El=
%) S| = amping
Product code E Sy o =[x E ._5’ Z S 5 screw Inserts
nlolo|] o Q|la S|l 5| @
ololo|o[O|u|ala|lS|z|lg|= <
Qla|la|la|la|ld|o|x|&|<| =
APE90-040-Z03-A16R-LN09-L32-F-C |40 |38 |16 | 15| 9 | 55| 44 |58 8.4| 31 ﬁ' 03| 3 | 4 |12 | SH080400
040-Z03-A16R-LN09-L40-F-C | 40 {38 |16 | 15| 9 | 65 | 54 |58 |8.4| 39 4’" 0.4] 3 5 | 15 | SHO80500 | LN..0904..
050-Z04-A22R-LN09-L48-F-C | 50 | 47 | 22 | 18 | 11 | 75 | 61 | 6.5 [10.4| 46 ﬂ"' 07| 4 | 6 | 24 | SH100550

] @ E
= 3
Dimension (mm) £ = >
° = =
Product code 8 E YA % g Insert
= =< ‘_cu = & = nserts
o | 8 | & | &g 2 g
a a - S < E -
APE90-025-Z02-W25R-LN09-L32-F-C | 25 | 25 | 100 | 43 | 31 | (™ | 03 | 2 4 8
032-Z02-W32R-LN09-L32-F-C | 32 | 32 | 105 | 44 | 31 | ™ | 05 2 4 8
032-Z02-W32R-LN09-L40-F-C 32 32 110 50 39 ﬁ' 0.5 2 5 10 LN..0904..
040-Z03-W40R-LNO9-L40-F-C | 40 | 40 | 125 | 55 | 39 | ¢ | 10 | 3 5 15
040-Z03-W40R-LNO9-L48-F-C | 40 | 40 | 130 | 59 | 46 | @™ | 10 3 6 18

Note: g;' With internal coolant
R Without internal coolant
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APE90-LNO09 Helical Milling Cutter /E @

ocsFus

Dimension (mm)

Product code Inserts

DC
DCSFMS
DCON
LF
Weight (kg)
N
Row
Insert QTY

40 | M12 | 23

N
w
-
N
o
o~
S

APE90-025-Z02-M12R-LN09-L24-F-C 25
032-Z02-M16R-LN09-L24-F-C 32
032-Z02-M16R-LN09-L32-F-C 32 | 29 | 17 | 77 | 50 |M16| 31

o
N
N

3 6 LN..0904..

N
el
-
~
o~
~

40 | M16 | 23

¥ ¥ ¥ |Internal coolant
o
2
N
w
o~

0.2 2 4 8

Note: g;' With internal coolant
ﬁ Without internal coolant

. Spare parts
Cutter diameter (mm) -
Screw Wrench Installation wrench Torque
| —
©25-50 g @ 2 O LN..0904.
SP030083 DT-TP09 AFW-15/24
Clamping screw Screw type Torque
SH080400 M8*40 4TNm
SH080500 M8*50 4TNm
SH100550 M10*55 8TNm
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Compatible Inserts

77)“ 8 ® Good Conditions @ General Conditions
&\ Machining conditions # Bad Conditions
o O O O 8| o 0 0|0 ¥
S
Dimension (mm) M
o|2la|Z(3 | x|x = 9
Insert shape Product code INSLfW1| S | RE|BS | D1 | oL Q|Q|g|L =) <
ala|lolalalalo|lo|2|a
||| ||| ||| <
‘O{ LNHU 090404ER-FM2 9 45 | 75 | 04 | 1.7 | 35 °
n LNHU 090404ER-MM3 9 | 45| 75 |04 | 17 | 35 ° °
n LNHU 090404ER-MM4 9 | 45| 75|04 |17 |35|@ o0
LNHU 090408ER-MM4 9 45 | 75|08 |14 |35 | @ [ )
LNHU 090404ER-MR2 9 45 | 75 104 |17 |35 (@ | @ LR )
LNHU 090408ER-MR2 9 45 |745| 08 | 14 | 35 | @ [ e o o o
n LNHU 090412ER-MR2 9 45 | 74 |12 |10 | 35 | @ ) )
LNHU 090416ER-MR2 9 45 (735|116 | 07 | 35| @ ° °
LNHU 090420ER-MR2 9 45 | 73|20 |02 |35|e@ ° )
n LNHU 0904PDER-W 9 | 45 |748| 04 | 36|35 | @ °
Installing precautions for APE90-LN09 Helical Milling Cutter: @ : Standard stock O : Made-to-Order
1. APE90-LNO9 front part is compatible with LNHU 090404ER/LNHU 090408ER inserts.
2. APE90-LNO9 basic part is compatible with just LNHU 090404ER inserts.
Materials Cutting depth and feed
LN..0904..
Geometry
) - Tensile strength Hardness ap MR2 | MM4 FM2
I1SO Material classification (N/mm?) (HB) =
(mm)
min max min | max | min [ max | min | max
0.08 | 0.28 | 0.08 | 0.25 - -
0.06 | 0.22 | 0.06 | 0.20 - -
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 0.20 [ - -
Precipitation-hardening stainless steel 1013 300

3.00 46.00 | 0.08 | 030 |0.08|0.28( - -

Aluminum

- - - - 10.06|0.25
Aluminum alloy

Hardened steel - 50-60HRC

H - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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APE90-LN13 Helical Milling Cutter
90° Approach angle square shoulder milling cutter

Milling Cutters M i I I i ng

DCSFMS

oce
28
KWW,

ze

N7 SEn
E d i
;
!
Dimension £~
(mm) % £ E
(%) S 2 Clamping
Product code E Sy o > | x i ._5’ YA S g screw Inserts
Nn|lo|lo|o Qo S| 5| @ @
ololo|O[O|w|ala|S|z|lg|= <
Ala|la|la|la|ldJ|o|lx|&|<|=
APE90-040-Z02-A16R-LN13-L34-F-C |40 |39 |16 | 15| 9 | 55|43 |58|8.4| 34 ﬁ' 04| 2 | 3| 6 [SH080400
040-Z02-A16R-LN13-L45-F-C | 40 {39 |16 | 15| 9 | 65 |54.5/ 5.8 | 8.4 | 45 f" 0.4 2 | 4 | 8 [SHO80450
050-Z03-A22R-LN13-L34-F-C | 50 (47.5| 22 | 18 | 11 | 55 |42.5| 6.5 [10.4| 34 _+' 05| 3| 3| 9 [SH100400
050-Z03-A22R-LN13-L45-F-C | 50 (47.5| 22 | 18 | 11 | 65 | 52 | 6.5 [10.4| 45 ﬁ' 0.6| 3 | 4 |12 |SH100500| LN..1306..
063-Z04-A27R-LN13-L56-F-C | 63 |59.5/ 27 | 20 | 14 | 80 | 63 | 7.2 [12.4| 56 ﬁ' 12| 4 | 5 [ 20 | SH120600
063-Z04-A27R-LN13-L45-F-C | 63 |59.5| 27 | 20 | 14 | 70 | 53 | 7.2 |12.4| 45 _ﬁ" 10| 4 | 4 | 16 | SH120500
080-Z05-A32R-LN13-L56-F-C | 80 |75.6| 32 | 26 | 18 | 85 | 65 | 8.2 |14.4| 56 ﬁ" 21| 5 | 5 | 25| SH160650

Note: (;‘ With internal coolant
X Without internal coolant
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M i "ing Milling Cutters

APE90-LN13 Helical Milling Cutter
90° Approach angle square shoulder milling cutter

@\
@\

pcon

Di . ] R
imension (mm) s £ >
Product cod S E Z % < Insert
oduct code - < = = K] £ serts
o | 8 Z | g | 2 e
a a 5 5 < E -
APE90-040-Z02-W40R-LN13-L34-F-C 40 40 120 54 34 f" 0.2 2 3 6
. LN..1306..
040-Z02-W40R-LN13-L45-F-C 40 40 135 64 45 - 0.2 2 4 8

Note: [;‘ With internal coolant
X Without internal coolant

Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
240-80 g Qj[:ﬂ] 3.5Nm
SP040115 DT-TP15
Clamping screw Screw type Torque
SH080400 M8*40 4TNm
SH080500 M8*50 4TNm
SH100550 M10*55 8TNm
SH100400 M10*40 8TNm
SH100500 M10*50 8TNm
SH120500 M12*50 142Nm
SH120600 M12*60 142Nm
SH160650 M16*65 350Nm
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Milling Cutters M i I I i ng

Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O H| % (o 0| 0|0 | ¥
Dimension (mm) M
Slala|Z|Z|x(x|x|35|g
—|=|=|= =|=[=1]8
Insert shape Product code INSLIW1 | S |RE[BS|Dl |2 9 2912|822
alalolalalalo|lo|=2|a
||| ||| < | <
O_ LNHU 130608ER-FM2 13 68 | 101 | 08 | 25 | 45 [ ]
A
n LNHU 130608ER-MM3 13 | 68 [ 101 | 08 | 25 | 45 °
n LNHU 130608ER-MM4 13 | 68 [10.15| 0.8 | 25 | 45 | ® o oo
LNHU 130608ER-MR2 13 68 |1015/ 08 | 25 |45 (e | @ | ®© © © © © ©
LNHU 130612ER-MR2 13 | 68 (1009 12 | 21 | 45 | ® | ® L I )
n LNHU 130616ER-MR2 13 | 68 [10.04) 16 | 18 | 45 | ® | @ o oo
LNHU 130620ER-MR2 13 | 68 998 | 20 | 14 | 45 | ® | ® L) °
LNHU 130624ER-MR2 13 68 | 993 | 24 | 09 | 45 [} [ ] °
LNHU 130631ER-MR2 13 | 68 | 984 31 | 03 | 45 ° ) )
n LNHU 1306PDR-W 13 | 6.8 |10.08| 0.9 | 52 | 45 | ® °
Precautions for APE90-LN13 Helical Milling cutter installation: ® : Standard stock O : Made-to-Order
1. APE90-LN13 front part is compatible with R < 2.4mm inserts.
2. APE90-LN13 basic part is compatible with just LNHU 130608ER inserts.
Materials Cutting depth and feed
LN..1306..
Geometry
. I Tensile strength Hardness ap MR2 | MM4 FM2
I1SO Material classification (N/mm?) (HB) e
(mm)
min max min [ max [ min | max | min | max
0.08 | 0.28 | 0.08 | 0.25 - -
0.06 | 0.22 | 0.06 | 0.20 - -
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 0.20 | - -
Precipitation-hardening stainless steel 1013 300
3.00 56.00 | 0.08 | 0.30 | 0.08 | 0.28 - -
Aluminum
- - - - 0.06 | 0.25
Aluminum alloy
B - - 0.08 | 0.15 - -
H Hardened steel - 50-60HRC B B B B B B
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

APE90-A0O12 Helical Milling Cutter
90° Approach angle square shoulder milling cutter

@\
@\

ceoe

q

ocs

&

(o]
e
@
@
@
=

Dimension (mm £l
%) S| = amping
Product code E Sy o =[x E ._5’ Z S 5 screw Inserts
nlolo] o Q|la S|l 5| @
ololo|o(O|u|ala|S|z|lg|= <
Qla|la|la|la|ld|o|x|k|<]| =
APE90S-050-Z04-A22R-A012-L64-F |50 | 46 | 22 | 18 | 11|90 | 74 | 65 |10.4| 63 | P¥ (0.7 | 4 | 6 |24 [ SH100700
063-Z05-A27R-A012-L74-F 63|59 (27|20 |14 |100| 84 | 7.2 (12.4| 74 ﬁ 141 5 7 | 35 |SH120800 | AO..1204..
080-Z06-A32R-A012-L85-F 80 (76| 32|26 |18 |110| 92 | 8.2 |14.4| 84 X 28| 6 8 | 48 | SH160900

1
]
N i
g 5
| e
7718
Dimension (mm) £ = >
e 5 .
Product code %) — | —|lx|z % = e Inserts
L m | m o = Xl &> x| o screw
n|lm|lo|lo Qo S| 5| @ 0
o|l0|O0|O0|0|u|@alal|lS|x|2|=2 £
Alala|lala|ld|lo|x|x|<|=
APE90-050-Z04-A22R-A012-L32-F-C | 50 | 47 | 22 | 18 | 11 | 55 | 43 | 6.5 [10.4 32 ﬁ' 04| 4 | 3 |12 |SH100400
063-Z05-A27R-A012-L43-F-C | 63 |59.5/ 27 | 20 | 14 | 66 | 52 | 7.2 |12.4] 43 ﬁ' 10| 5 | 4 | 20 | SH120500 [ AO.1204..
080-Z06-A32R-A012-L64-F-C |80 | 76 | 32 | 26 | 18 | 88 | 69 | 8.2 |14.4| 63 # (22| 6 | 6 |36 |SH160700

bc
©
€]
T
DCON

[=

. ) 2 R

Dimension (mm) s £ >
Product code 8 E YA % < | t:
z < = S S £ nserts

o | 3 | z] 8|2 2
a a 5 3 < E -
APE90-025-Z02-W25R-A012-L32-F-C 25 25 115 385 31 ﬁ' 0.3 2 3 6

032-Z202-W32R-A012-L32-F-C 32 32 115 45 32 g;' 0.6 2 3 6 AO..1204..
040-Z03-W40R-AO12-L43-F-C | 40 | 40 | 130 | 56 | 42 | @™ | 10 3 4 12

Note: f;‘ With internal coolant

X Without internal coolant
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Milling Cutters M i I I i ng

APE90-A0O12 Helical Milling Cutter ~Z_ ||~
90° Approach angle square shoulder milling cutter @ @

v

Di . 3 .
imension (mm) s 6] >
Product code S E yA % g Inserts
2|8 AR AE = %
) c
g 8|8 | |& |22 =
APE90H-050-204-A012-L21-F 50 | 18 | 11 42 | 21 | Y¥ | 02 4 2 8
063-205-A012-L21-F 63 20 14 42 21 | ¥ | o4 5 2 10 | AO.1204.
080-Z06-A012-L21-F 80 26 18 42 21 | y¥ | os 6 2 12
L
i
u QZ S
B 5
| Q| *
[ 7/Hey
Dimension (mm) £ = >
o | = =
w0 8 - 3 o
Product code S = | o =< Z o & Inserts
[T m | m o - = [ )
nlm|lo| o Q| a > = ) @
olo|o|O|OC|u|lalalS|la|e|= £
Aala|la|la|la|dJ|lo|lx|x|<]| =
APE90B-050-Z04-A22R-A012-L43-F 50 | 46 | 22 | 20 | 11 | 69 | 46 | 6.5 |10.4| 43 ﬁ 05| 4 4 16
063-Z05-A27R-A012-L53-F 63 | 59 | 27 | 22 |14 | 79 | 56 | 7.2 |12.4| 53 ﬂ 11| 5| 5 | 25 | AO.1204..
080-Z06-A32R-A012-L64-F 80 | 76 | 32 | 28 | 18 | 89 |67.5| 82 (144 64 ﬁ 22| 6 ) 36

Note: ﬁ With internal coolant
ﬂ Without internal coolant

. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
25-80 g C T 4,0Nm
SP035086 DT-TP10

Clamping screw Bolt spc. Torque

SH100400 M10*40 81N-m

SH120500 M12*50 142N-m

SH160700 M16*70 350N-m

SH100700 M10*70 81N-m

SH120800 M12*80 142N-m

SH160900 M16*90 350N-m
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Mi"ing Milling Cutters

Compatible Inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o OB O O K| o 0 0|0 0
S|ola|Z[=Z|x|x|x|E|a
Insert shape Product code L (W1| S [RE|BS |D1|AN E) § E’ § § Z) é § = §
$|%|2|%|%|%|2|% 2|2
@ AOHT 120408ER-FM2 11.3/8.15|5.07| 0.8 | 1.5 | 3.9 | 15° °
AOHT 120404ER-MM3 11.3|8.15(5.07| 0.4 | 1.9 | 3.9 | 15° | ® L) °
a AOHT 120408ER-MM3 11.3]8.15]/5.07| 08 [ 15|39 | 15°| @ e o o °
AOMT 120408ER-MM3 11.3|815(5.07| 08 | 1.4 |39 | 15°| ® L ) °
AOMT 120404ER-MM4 11.5|815(5.07| 04 | 1.9 |39 | 15°| ® LI B ) °
AOMT 120408ER-MM4 11.5/815(507| 08 | 15|39 |15°| ® | ® o o o °
AOMT 120412ER-MM4 11.5(8.15(5.07| 12| 12 | 39 | 15° [ 2N °
AOMT 120416ER-MM4& 11.3|8.15(5.07| 1.6 | 1.2 | 3.9 | 15. LI ) °
g AOMT 120420ER-MM4 11.2]8.15(5.07| 20 (10|39 |15°| @ [ 2N °
AOMT 120424ER-MM4 11.0|815(5.07| 24 | 0.9 |39 | 15°| ® L) °
AOMT 120431ER-MM4 10.9(8.15(5.07| 31 [ 06 |39 | 15°| @ [ 2NN [}
AOMT 120440ER-MM4& 10.6|8.15|5.07| 40 | 0.8 | 3.9 | 15° [ 2N [}
Installing precautions for APE90-AO12 Helical Milling cutter: @ : Standard stock O : Made-to-Order

1. APE90-AO12 front part is compatible with all AOMT 1204.. inserts.
2. APE90-AO12 basic part is compatible with R = 1.2mm inserts.
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Milling Cutters M i"ing

Materials Cutting depth and feed
AO..1204..
Geometry
) e Tensile strength Hardness ap MM4 | MM3 FM2
ISO Material classification (N/mm?) (HB) .
(mm)
min max min [ max [ min | max [ min | max
0.08 | 0.28 | 0.08 | 0.25 | - -
0.06 | 0.22 | 0.06 | 0.20 | - -
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.22 | 0.06 | 0.20 | - -
Precipitation-hardening stainless steel 1013 300
m 3.00 85.00 | 0.08 | 0.30 [ 0.08 | 0.28 | - -
Aluminum
- - - - [ 006035
Aluminum alloy
a 0.08 | 0.15| 0.08 | 0.15 | - -
H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,

workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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M i "ing Milling Cutters

AHM20-LNO06
20° Approach angle high feed milling cutter

e el

DCSFMS
DCB
KWW

@\
@\

J

ELJ;;iE%f? 5
1

DCCB2 D

CBDP
LF

o

o
I}
o
®

APMX

Dimension (mm) % £}
%) S | =
Product code = S | o = | x = < z Inserts
AHM20-040-Z06-A16R-LN06-C 40 | 35 | 16 | 14 9 40 | 24 | 58 | 84 | 065 ﬁ' 0.3 6
050-Z07-A22R-LN06-C 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 | 104|065 | (™ | 04 | 7
052-207-A22R-LN06-C 52 | 45 | 22 | 18 | 11 | 40 | 26 | 65 | 104|065 | @ |04 | 7 0608
063-Z08-A22R-LN06-C 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 | 104 |065| (™ | 06 | 8
.\‘ \
Dimension (mm) E =
S =
Product code z < ‘_g % Z Inserts
g | 8 | w |z |8 |2 |2
AHM20-016-Z02-C16R-LN06-L100-C 16 16 100 25 0.65 g" 0.2 2
017-Z02-C16R-LN06-L150-C 17 16 150 21 0.65 _ﬁ' 0.2 2
020-Z03-C20R-LN06-L130-C | 20 20 130 30 0.65 I 03 3
021-Z03-C20R-LN06-L160-C | 21 20 160 26 0.65 o 0.4 3
025-Z03-C25R-LN06-L140-C 25 25 140 56 0.65 ﬁ' 0.5 3 LN..0604..
026-Z03-C25R-LN06-L180-C 26 25 180 30 0.65 ﬁ' 0.6 3
032-Z04-C32R-LN06-L150-C 32 32 150 66 0.65 ﬁ' 0.8 4
033-Z04-C32R-LN06-L200-C | 33 32 200 315 0.65 I 1.1 4
035-Z05-C32R-LN06-L200-C | 35 32 200 32 0.65 I 1.2 5

Note: f;‘ With internal coolant
X Without internal coolant
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Milling Cutters M i I I i ng

AHM20-LNO0é6
20° Approach angle high feed milling cutter

=z

Qa

<

@\.
@\

oc
ocon \E
DCSFMS

APMX.

oAL

Dimension (mm) £ =
° x
Product code 2 S E z Inserts
z | & w | x| B | ®
o | 8182 | 3| 8|82
a a a o 4 o < £
AHM20-016-Z02-M08R-LN06-C 16 | 85 | 15 42 25 | M8 | 065 | M | 01 2
017-202-MO8R-LN06-C 17 85 | 145 | 42 25 M8 | 065 | (™ | 01 2
020-Z03-M10R-LN06-C 20 | 105 | 18 | 495 | 30 | M10 | 045 | @™ | 0.1 3
021-Z03-M10R-LN06-C 21 105 | 18 51 315 | M10 | 065 | (™ 0.1 3
025-Z04-M12R-LN06-C 25 | 125 | 23 59 3 | M12 | 065 | (™ 0.1 4
026-203-M12R-LN06-C 26 | 125 | 23 59 35 | M12 | 065 | (™ | 01 3
LN..0604..
026-204-M12R-LN06-C 26 | 125 | 23 59 35 | M12 | 065 | (™ | 01 4
032-Z04-M16R-LN06-C 32 17 29 70 46 | M16 | 065 | (™ | 03 4
032-Z05-M16R-LN06-C 32 17 29 70 46 | M16 | 065 | (™ 03 5
033-Z05-M16R-LN06-C 33 17 29 70 46 | M16 | 065 | (™ 03 5
035-205-M16R-LN06-C 35 17 29 70 46 | M16 | 065 | @™ | 03 5
040-Z06-M16R-LN06-C 40 17 29 70 46 | M16 | 065 | (™ 03 6
Note: ﬁ‘ With internal coolant
ﬂ Without internal coolant
Spare parts
Cutter diameter (mm) Ralclh
Screw Wrench Torque
| — —
©16-63 g GC[:D] 1.0Nm
SP02506450H DT-TPO8
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Mi"ing Milling Cutters

Compatible Inserts

INSL

® Good Conditions @ General Conditions

Machining conditions # Bad Conditions
o (M O O K (o0 o | % o
Dimension (mm) M H
o2(2lalZ|3|¥|x|x|q|T
Insert shape Product code INSL | W1 S RE D1 ||l |w| o] o]|w
o o Q| a o a OO | a o
<l |z |<|<|<|x|=<|<| <
n LNMX 060410ER-MM3 0 | 635 | 36 | 10| 3 |@|@ ° oo

LNMX 060410ER-MM4 10 6.35 3.6 1.0 3 ® | ® | O ) oo

n LNMX 060410ER-MM4N 10 | 635 | 36 | 1.0 3 |ee ° ° oo

® : Standard stock O : Made-to-Order

Materials Cutting depth and feed
LN..0604..
High feed milling Plunging
. o Tensile strength Hardness
ISO Material classification (N/mm?) (HB) ap fz ae fz
(mm)
min | max | min [ max [ min | max | min | max

0.30 | 1.00 0.08 | 0.15
0.30 | 1.00 0.06 | 0.12
Duplex stainless steel 778 230
0.25 | 0.80
Austenitic stainless steel 675 200 0.06 | 0.12
Precipitation-hardening stainless steel 1013 300 0.25 | 0.60

030 | 0.65 | 0.30 | 1.00 | 0.50 | 400 [ 0.08 | 0.15

Aluminum

Aluminum alloy

0.25 | 0.60 0.06 | 0.10

Hardened steel - 50-60HRC

H 0.25 | 0.60 0.06 | 0.10
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Milling Cutters M i"ing

LNO06 Milling Cutter Series

Max. ramp A

Straight Ramping Circular interpolate milling
G ete. () M ~ Min. length-L i ¥ " .
ax. ramp-A Max. ap (mm) (mm) Min. Dia. (HD) Max. Dia.(HD) Max. pitch (rev)
216 29° 0.65 13.8 23 32 0.65
17 2.6° 0.65 15.4 25 34 0.65
20 1.9° 0.65 211 31 40 0.65
221 1.8° 0.65 223 33 42 0.65
@25 1.3° 0.65 30.8 41 50 0.65
@26 1.3° 0.65 30.8 43 52 0.65
232 0.9° 0.65 44.6 55 64 0.65
@33 0.9° 0.65 44.6 57 66 0.65
@40 0.7° 0.65 57.3 VAl 80 0.65
@50 0.5° 0.65 80.2 91 100 0.65
263 0.4° 0.65 100.3 117 126 0.65

Tool programming radius

Programming radius R, margin and
overcut analysis

Programming| ;54 Overcut
radius
Overcut T2

v R1.5 0.43 0

X R2.0 0.29 0.06

) 4 R2.5 0.15 0.24
Programming No overcutting of the workpiece when

radius R

programmed with R1.5

Margin T1
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M i "ing Milling Cutters

AHM25-LN10 =
25° Approach angle high feed milling cutter ‘3/ @] %

_ CBDP

LF

Dimension (mm) E 6]
2 S| =
Product code = s | o o > | x = = z Inserts
o8 |8|lo|3|lu|8|8|E|a]|g|2
o (a] (a] (a] (a] — O NG N4 < =]
AHM25-040-Z04-A16R-LN10-C 40 | 38 | 16 | 14 | 9 | 40 | 24 | 58 | 84 | 12 | A® | 03 | 4
040-Z05-A16R-LN10-C 40 | 38 | 16 | 14 | 9 | 40 | 24 | 58 | 84 | 12 | MM | 03| 5
050-Z05-A22R-LN10-C 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104 | 12 | @™ | 04 | 5
050-Z07-A22R-LN10-C 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104 | 12 | @™ | 04 | 7
063-Z06-A22R-LN10-C 63 | 52 | 22 | 18 | 11 | 40 | 26 | 65 [104| 12 | (™ | 06 | 6
063-Z08-A22R-LN10-C 63 | 52 | 22 | 18 | 11 | 40 | 26 | 65 [ 104 | 12 | (™ | 06 | 8 | LN.1005.
080-Z07-A27R-LN10-C 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 12 | (™ [ 11| 7
080-Z09-A27R-LN10-C 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 12 | (™ | 11| 9
100-Z08-A32R-LN10-C 100 | 78 | 32 | 26 | 18 | 50 | 32 | 82 144 | 12 | @ | 17 | 8
100-Z10-A32R-LN10-C 100 | 78 | 32 | 26 | 18 | 50 | 32 | 82 144 | 12 | ™ | 18 | 10
125-Z12-A40R-LN10-C 125 | 90 | 40 | 33 | 22 | 63 | 38 [ 92 | 164 12 | (™ | 33 | 12
L g ur
e
Dimension (mm) E ;O,
Product code z x g ;% Z Inserts
2 g o - % 2 =
AHM25-025-Z02-C25R-LN10-L150-C | 25 25 150 68 12 I 05 2
025-Z03-C25R-LN10-L150-C | 25 25 150 68 1.2 o 05 3
026-Z03-C25R-LN10-L150-C | 26 25 150 28 1.2 (o 05 3
026-Z03-C25R-LN10-L220-C | 26 25 220 28 12 g 0.8 3
032-Z03-C32R-LN10-L160-C | 32 32 160 68 12 o 0.9 g |
032-Z04-C32R-LN10-L160-C | 32 32 160 68 1.2 o 0.9 4
033-Z04-C32R-LN10-L180-C | 33 32 180 28 1.2 £ 1.0 4
033-Z04-C32R-LN10-L250-C | 33 32 250 28 12 g 14 4

Note: g;' With internal coolant
X Without internal coolant
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Milling Cutters M i I I i ng

AHM25-LN10
25° Approach angle high feed milling cutter

< |22

@\
@\

o
s L 2
250
AP
IF
OAL
Dimension (mm) £ D
o =
Product code 2 8 E z Inserts
z | & w | x| B | ®
o | 8|8z AEARRE:
a a a S 4 G < £
AHM25-025-Z02-M12R-LN10-C 25 | 125 | 23 61 39 | M12 | 12 | M | 02 2
025-203-M12R-LN10-C 25 | 125 | 23 61 39 | M12 | 12 | AW | 02 3
026-Z03-M12R-LN10-C 26 | 125 | 23 61 39 | M12 | 12 | M | o2 3
LN..1005..
032-Z03-M16R-LN10-C 32 17 29 69 45 M16 1.2 ﬁ' 0.3 3
032-Z04-M16R-LN10-C 32 17 29 69 45 M16 1.2 f'—' 0.3 4
033-204-M16R-LN10-C 33 17 29 69 45 | M6 | 12 | (™ | 03 4
Note: ﬁ' With internal coolant
ﬂ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ e—
925-125 g Q/;ED] 3.0Nm
SP035087H DT-TP10
Compatible Inserts
& -~ W
- s ]f ® Good Conditions @ General Conditions
Lﬁ‘ ) Machining conditions # Bad Conditions
w1 s (B A R . RE. A BERERE A
Dimension (mm) M H
22|23 (¥ |¥|%|g|z
Insert shape Product code INSL | W1 S RE DT |28 2821282 |(w
ala|lolalalalOOlO|la|a
||| ||| <[ | <
L) L) oo

LNMX 100512ER-MM3 13.5 9.2 4.55 1.2 4.21

n LNMX 100512ER-MM4 135 | 92 | 455 | 12 | 421 | e | @ ° .

® : Standard stock O : Made-to-Order
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Mi"ing Milling Cutters

Materials Cutting depth and feed
LN.. 1005..
! . . High feed milling Plunging
} P Tensile strengtl Hardness
ISO Material classification (N/mm?) (HB) ap fz ae fz
(mm)
max | min [ max | min | max | min | max

0.30 | 1.00 0.08 | 0.15
0.30 | 1.00 0.06 | 0.12
Duplex stainless steel 778 230
0.25 | 0.80
@ Austenitic stainless steel 675 200 0.06 | 0.12
Precipitation-hardening stainless steel 1013 300 0.25 | 0.60

0.30 | 1.20 | 0.30 | 1.00 | 0.50 | 400 [ 0.08 | 0.15

Aluminum

Aluminum alloy

0.25 | 0.60 0.06 | 0.10

Hardened steel - 50-60HRC

H 0.25 | 0.60 0.06 | 0.10
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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LN10 Milling Cutter Series

Max. ramp A

Straight Ramping Circular interpolate milling
Cutter dia. (D) Min lenath-L
Max. ramp-A Max.ap (mm) '(r:n?) Min. Dia. (HD) Max. Dia.(HD) Max. pitch (rev)
@25 32 1.20 21.8 34 50 0.8
@26 29 1.20 23.6 36 52 0.8
@32 2.0 1.20 347 48 64 0.9
@33 19 1.20 36.5 50 66 0.9
@35 1.7 1.20 40.2 54 70 0.9
@40 1.4 1.20 495 64 80 1.0
@50 1.0 1.20 67.9 84 100 1.0
263 0.7 1.20 91.9 110 126 1.0
@80 0.6 1.20 1233 144 160 1.1
2100 0.4 1.20 160.2 184 200 1.1
2125 0.3 1.20 206.4 234 250 1.1
Tool programming radius
Programming radius R, margin and
overcut analysis
radius
Overcut T2 V R2.3 0.57 0
X R2.5 053 0.03
X R3.0 037 0.15
No overcutting of the workpiece when
Programming programmed with R1.5

radius R

Margin T1
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AHM15-XD09
15° Approach angle high feed milling cutter

CBDP

Dimension (mm) £ =
S | =
Product code 2 8 E VA Inserts
E o o o = x ki Koy
||l O[O a| a S| £E| @
o|lolo | OO |lu|lma|la|S|l&E]| 8=
a|la|la|la|la|ldJ|o|x|x|<| =
AHM15-040-Z03-A16R-XD09-C 40 | 35 | 16 | 14 9 32 | 24 | 58 | 84 | 12 f" 02| 3
040-Z04-A16R-XD09-C 40 35 16 14 9 32 24 | 58 | 84 | 1.2 ﬁ 0.2 4
040-Z05-A16R-XD09-C 40 35 16 14 9 32 24 | 58 | 84 | 1.2 fa 0.2 5 XD..0904..
050-Z05-A22R-XD09-C 50 46 22 18 11 40 26 65 | 104 | 1.2 Q‘;' 0.4 5
050-Z06-A22R-XD09-C 50 | 46 | 22 [ 18 | 11 | 40 | 26 | 65 [104| 12 | ™ | 04 | 6
Dimension (mm) g =
S =
O =
Product code % § = 5 VA Inserts
= ()
Q
8 a 4 5 < £ =
AHM15-025-Z02-C25R-XD09-C 25 25 200 48 12 _ﬁ" 0.7 2
026-Z02-C25R-XD09-L180-C| 26 25 180 28 1.2 o 0.6 2 XD..0904..
032-Z03-C32R-XD09-C 32 32 250 67 1.2 (o 1.4 3
Y/ g
J 8
LF
Dimension (mm) E =
S =
o =
Product code % § = 5 z Inserts
= o
Q
8 a 4 5 < £ =
AHM15-025-Z202-W25R-XD09-C 25 25 96 37 12 g" 0.3 2
XD..0904..
032-Z03-W32R-XD09-C 32 32 100 37 1.2 f"' 0.5 3

Note: ﬁ' With internal coolant
ﬂ Without internal coolant
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©25-50 g G/\;[II] 3.0Nm
SP035086 DT-TP10

Compatible Inserts

© &
/ i
) 9 ® Good Conditions ® General Conditions
=l Machining conditions # Bad Conditions
Bs & . B I A AE R K A EE 3K
Dimension (mm) M H
O(D|a| = % X | X | X % I
Insert shape Product code IC| S |RE|BS | Dl |AN | 0Ll Q|WL|lQ|L|Q| WL
aladjloladlalalolo|a|a
| [ <[ ||| << | < | <
XDLT 090408ER-MM3 9525|476 | 08 | 13 | 39 | 15°| @ | @ @ o °
XDMW 090408ER-HR2 9.506| 476 | 0.8 | 1.6 | 3.9 | 15° o|e
® : Standard stock O : Made-to-Order
Materials Cutting depth and feed
XD..0904..
| " . High feed milling Plunging
. e Tensile strengtl Hardness
ISO Material classification (N/mm?) (HB) ap fz ae fz
(mm)
min [ max | min | max [ min | max | min | max

0.30 | 1.50 0.05 | 0.15

0.30 | 1.50 0.05 | 0.12
Duplex stainless steel 778 230

@ Austenitic stainless steel 675 200 0.20 | 0.80 0.05 | 0.10
Precipitation-hardening stainless steel 1013 300

0.20 | 1.20 | 0.30 | 1.50 | 0.00 | 7.00 [ 0.05 | 0.15

Aluminum

Aluminum alloy

0.10 | 0.50 0.05 | 0.10

Hardened steel - 50-60HRC

H 0.30 | 1.00 0.05 | 0.10
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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AHM15-XD12 ” - = ||~
15° Approach angle high feed milling cutter @ @ @] ‘.;3’ @ %
B | e
L
G :

|

75¢

DCCB2 DC
fa P

DCCB1
-2

Dimension (mm) E 6]
2 S| =
Product code % . é g a|. |z § TEU % VA Inserts

g|18|8|8|8|%|8|2|2|& |23
AHM15-052-Z03-A22R-XD12-C 52 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104| 16 | ™ | 04 | 3
052-Z04-A22R-XD12-C 52 | 45 | 22 [ 18 | 11 | 40 | 26 | 65 [ 104 | 16 | (™ | 04 | 4
052-Z05-A22R-XD12-C 52 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104| 16 | @™ | 04 | 5
063-Z04-A22R-XD12-C 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 (104 | 1.6 | (™ | 05 | 4
063-Z05-A22R-XD12-C 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [104 | 1.6 | /™ | 05 | 5
063-Z04-60A22R-XD12-C 63 | 60 | 22 | 18 | 11 | 40 | 26 | 65 [ 104 | 16 | (™ | 06 | 4
063-Z05-60A22R-XD12-C 63 | 60 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 16 | (™ [ 06 | 5
066-Z04-A27R-XD12-C 66 | 50 | 27 | 20 | 14 | 45 | 29 | 7.2 | 124 | 16 | (™ | 05 | 4
066-Z05-A27R-XD12-C 66 | 50 | 27 | 20 | 14 | 45 | 29 | 7.2 [124 | 1.6 | /™ | 05 | 5
066-Z04-63A27R-XD12-C 66 | 63 | 27 | 20 | 14 | 45 | 29 | 7.2 [124| 16 | ™ | 07 | 4
066-Z05-63A27R-XD12-C 66 | 63 | 27 | 20 | 14 | 45 | 29 | 7.2 | 124 | 16 | (™ | 07 | 5

080-Z05-A27R-XD12-C 80 | 55 | 27 | 20 | 14 | 50 | 29 | 7.2 [ 124 | 16 | (™ | 0.9 | 5 |XD.1205.

080-Z08-A27R-XD12-C 80 | 55 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 16 | (™ | 09 | 8
080-Z05-76A27R-XD12-C 80 | 76 | 27 | 20 | 14 | 50 | 29 | 7.2 [124 | 1.6 | M | 12| 5
080-Z08-76A27R-XD12-C 80 | 76 | 27 | 20 | 14 | 50 | 29 | 7.2 | 124 | 16 | (™ | 13| 8
100-Z06-A32R-XD12-C 100 | 80 | 32 | 26 | 18 | 50 | 32 | 82 [144 | 16 | M | 17 | 6
100-Z09-A32R-XD12-C 100 | 80 | 32 | 26 | 18 | 50 | 32 | 82 144 | 16 | @ | 1.7 | 9
100-Z06-96A32R-XD12-C 100 | 96 | 32 | 26 | 18 | 50 | 32 | 82 144 | 16 | M | 20 | 6
100-Z09-96A32R-XD12-C 100 | 96 | 32 | 26 | 18 | 50 | 32 | 82 144 | 16 | M | 20 | 9
125-Z08-A40R-XD12-C 125 | 89 | 40 | 33 | 22 | 63 | 38 | 92 [164| 16 | ™ | 31 | 8
125-Z11-A40R-XD12-C 125 | 89 | 40 | 33 | 22 | 63 | 38 | 92 [164| 1.6 | M | 32 | M
125-Z08-100A40R-XD12-C | 125 | 100 | 40 | 33 | 22 | 63 | 38 | 92 | 164 | 1.6 | (™ | 34 | 8

125-Z11-100A40R-XD12-C 125 | 100 | 40 | 33 | 22 | 63 | 38 | 92 | 164 | 1.6 f" 35 | 11

Note: ﬁ' With internal coolant
}*{ Without internal coolant
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AHM15-XD12
15° Approach angle high feed milling cutter

S |7| 2

@\.
D

Dpcon

b

LH

Dimension (mm) E D
S =
o =
Product code % E = ._5’ Z Inserts
= o
(0]
3 8 - 5 % = =
AHM15-032-Z02-C32R-XD12-C 32 32 250 70 1.6 ﬁ 15 2 XD..1205..
Note: g;' With internal coolant
ﬂ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ ——
232-125 g U::[:D] 3.5Nm
SP040112 DT-TP15
Compatible Inserts
o ¥
I\ }2 Nl ° ® Good Conditions @ General Conditions
z Machining conditions # Bad Conditions
8s % s o O O O B o008 e
Dimension (mm) M H
OD|(D|al|= % X|XIX|lg|ZT
Insert shape Product code IC{ S |RE|BS|DlI|AN | ||Vl L|J|L|Q|wL
alalolalalalolo|ala
|| | ||| <[ << | <
XDLT 120508ER-MM3 127 |556| 08 | 22 | 44 | 15° | @ | @ | ® Ol e|e|e| e
XDLT 120512ER-MM3 127 556| 12 | 22 | 44 | 15° | @ | @ | @ o |0
XDMW 120508ER-HR2 127 | 556 | 08 | 25 | 44 | 15° | ® O| @

@ : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
XD..1205..
! . . High feed milling Plunging
. — Tensile strengtl Hardness
ISO Material classification (N/mm?) (HB) ap fz ae fz
(mm)
min | max | min | max | min | max | min [ max

0.30 | 2.00 0.06 | 0.18
0.30 | 2.00 0.06 | 0.15
Duplex stainless steel 778 230
0.20 | 1.00 0.06 | 0.12
@ Austenitic stainless steel 675 200
Precipitation-hardening stainless steel 1013 300 0.10 | 0.60 0.50 | 0.10

0.50 | 1.60 [ 0.30 | 2.00 | 0.00 | 10.00 | 0.06 | 0.18

Aluminum

Aluminum alloy

0.30 | 2.00 0.05 | 0.12

Hardened steel - 50-60HRC

H 0.30 | 1.00 0.05 | 0.12
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Application of AHM15-XD High Feed Milling Cutter

Face milling ap (mm)
XD..0904.. XD..1205..
APMX
1.2 1.6
Sloping Max. bevel
Da XD..0904.. XD..1205..
(mm) Max. bevel Max. bevel Max. bevel Max. bevel
A B A B
25 2.80° 6.30° - -
32 1.50° 5.00° = =
| 40 0.80° 2.70° - -
: ﬁgaﬁ 52 - - 0.8° 2.7
Da 63 - - 0.6° 1.8°
66 = = 0.45° 1.8°
100 - - 0.32° 1.45°
125 = = 0.24° 1.06°
A = Max. bevel using full plane contact
B = Max. bevel using full contact and corner radius
Plunging Max. cutting depth a,(mm)
Da (mm) XD..0904.. XD..1205..
25 6.0 =
32 6.0 -
40 6.0 -
50 6.0 -
52 = 9.0
63 - 9.0
66 = 9.0
80 - 9.0
100 9.0
125 - 9.0
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Milling Milling C

utters

Helical interpolate milling on soild

Diameter range (mm) of holes milled in one feed

materials
XD..0904.. XD..1205..
Da
(mm) D,min D, max D, min D, max
(mm) (mm) (mm) (mm)
25 30 50 - -
32 51 64 - -
40 67 80 - -
50 87 100 - -
52 - - 87.2 104
Da
D, 63 - - 109.2 126
66 - - 115.2 132
80 - - 143.2 160
100 - - 183.2 200
125 - - 233.2 250
Programming information
Helical interpolate milling on soild
materials
Indexable r rt
insert R (Insert radius) | (Approximate radius) k kr X
XD..090408 17 0.8 2.0 6.5 1.9 1.47
ort XD..120508 22.8 0.8 25 8.4 2.4 1.00
/ EX kr XD..120512 20 1.2 3.0 8.3 2.8 0.86
)S/\ XD..120520 20 2.0 3.0 8.0 3.4 0.90

-k

"

Programming with the theoretical tool radius “rt” produces the maximum deviation from the

final contour shown above.

The small deviations that occur only in the corners can be corrected by other tools in the

subsequent process.
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AHM15-SD09 i ey @] = || @
15° Approach angle high feed milling cutter @ @ \/ @
e e o | o
<1 R Yal [
— | mil]
. s v
Fig. 1 Fig. 2
Dimension (mm) £ =
RS
Product code g Slzlz]| 2| mnsers
& o | @ a x| x| 8|© =
w|lmo|l ol o o | a S| £ @
ol |lo | OO |lu|la|lalS|lal &=
ala|lala|la|ld|lo| x| x| <| =
AHM15-040-Z03-A16R-SD09 40 | 35 | 16 | M8 | - |40 | - |58 |84 |15 | P |02 3 | 1
042-Z04-A16R-SD09 42 (35 |16 | 14| 9 | 40 | 24 | 58 |84 |15 |y |02 4
050-Z05-A22R-SD09 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 |104| 1.5 | P& | 03 | 5 SD..09T3.N..
2
052-Z05-A22R-SD09 52 | 45 | 22 | 18 | 11 | 40 | 26 | 65 |104| 1.5 | P | 03 | 5
063-Z06-A22R-SD09 63 | 52 | 22|18 | 11|50 | 26 | 65 |104| 15 | ¥ |06 | 6
Note: AHM15-040-Z03-A16R-SD09 is connected using dowel screw
{4‘: APMX
Dimension (mm) § =
S =
O )
Product code % E = 5 z Inserts
= o
[0}
g a Y 5 S £ =
AHM15-025-202-C25R-SD09-L200 25 25 200 25 15 hod 0.6 2
SD..09T3.N..
032-Z03-C32R-SD09-L250 32 32 250 37 15 hod 14 3

Note: f;' With internal coolant
X Without internal coolant
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AHM15-SD09 ”~
15° Approach angle high feed milling cutter @

i
4
da
@\.
&

CRKS

DCON
DCSFMS

SL S
Q;
.| APMX
LF
OAL
Dimension (mm) £ D
S =
Product cod 2 Sl 2|z |
roduct code = - " < = < nserts
9| 8|8 | % 02| 8|8
a a a S 4 G < E
AHM15-025-Z02-M12R-SD09 25 23 12,5 57 35 M12 1.5 Y | o1 2
026-202-M12R-SD09 26 23 | 125 | 57 3 | M12 | 15 | P¥ | 01 | 2
SD..09T3..N...
032-Z03-M16R-SD09 32 29 17 67 43 | M6 | 15 | p#E | 02 | 3
033-Z03-M16R-SD09 33 29 17 67 43 | M6 | 15 | pE | 02 | 3
Note: ﬁ With internal coolant
ﬂ Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Dowel screw Torque
| — —
©25-63 g G\/;[:D] = 3.0Nm
SP035086 DT-TP10 WD080300
Comepatible Inserts
&
Sl FL . -
@&%5 = 9 ® Good Conditions @ General Conditions
LE\E@{A Machining conditions # Bad Conditions
= \% [(EE BN AN AE. B N NN NN N
Dimension (mm) M
o2l2la|Z (3 |¥(x|¥|5|g
— | v« | = | — ||| S
Insert shape Product code IC S RE [ D1 | AN [ |00 Q2=
ala|lolalalalOf O ; o
|| ||| < | <[ << | <
SDMT 09T308N-MM4 9.525 | 397 | 08 39 15° | ® o o o °
SDMT 09T320N-MM4 9.520 | 3.97 | 2.0 39 15° | ® o o o ° °
SDMT 09T308N-MR2 9.525 | 397 | 08 39 15° | ® o o |0 °
SDMT 09T320N-MR2 9.520 | 397 | 20 39 15° | ® o o o °

@ : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
SD..09T3..N..
! . . High feed milling Plunging
} e Tensile strengtl Hardness
ISO Material classification (N/mm?) (HB) ap fz ap fz
(mm)
max | min [ max | min | max | min | max

0.80 | 1.40 0.12 | 0.22

0.80 | 1.50 0.12 | 0.25
Duplex stainless steel 778 230

@ Austenitic stainless steel 675 200 0.05 | 0.50 0.05 | 0.12
Precipitation-hardening stainless steel 1013 300

0.10 | 1.50 | 0.50 | 1.40 | 0.00 | 8.40 [ 0.10 | 0.25

Aluminum

Aluminum alloy

0.10 | 0.60 - -

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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Application of AHM15-SD09 High Feed Milling Cutter

Max. ramp A

Sloping Helical interpolate milling
Product family | Cutter dia. (D) Max._;\amp Max.ap (mm) Min.(lr::%th—L Min. Dia.(mm) | Max. Dia.(mm) Ma(>r;rﬁ>:§ch

25 6.2° 1.5 17.6 324 15

25 6.2° 1.5 17.6 50.0 15

26 5.4° 1.5 20.0 344 15

26 5.4° 1.5 20.0 52.0 15

32 32° 15 34.2 46.4 15

32 32° 1.5 34.2 64.0 15

33 3.0° 15 36.6 48.4 15

33 3.0° 15 36.6 66.0 15

40 2.0° 1.5 532 62.4 15

AHM15-SD09

40 2.0° 15 53.2 80.0 15

42 1.9° 15 58.0 66.4 15

42 1.9° 15 58.0 84.0 15

50 1.4° 15 77.0 82.4 15

50 1.4° 1.5 77.0 100.0 15

52 1.3° 1.5 81.7 86.4 15

52 1.3° 1.5 81.7 104.0 15

63 1.0° 15 107.8 108.4 15

63 1.0° 1.5 107.8 126.0 15

Programming information
Helical interpolate milling on soild
materials
Indexable r rt

insert (Insert radius) (Apfa';ﬂgate k kr X

SD..09T308 0.8 25 8.35 2.85 1.91

Q SD..09T320 20 3.0 7.04 343 1.51

ort ro
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AHM15-SD12
15° Approach angle high feed milling cutter

=@

CBDP
KDP

Dimension (mm) E &)
S | =
Product code g § E z Inserts
E o o o = X 2 o2
o | o] O O Q| a b = ]
ol o |lo| OO |u|la|lal|lS|la|le|=
Aala|lalala|lJ|lo | x| x| < | =
AHM15-050-Z04-A22R-SD12 50 | 45 | 22 [M10| - | 40 | - | 65 |104| 20 | P | 03 | 4
052-Z04-A22R-SD12 52 | 45 | 22 | 18 | 11 | 40 | 26 | 65 | 104 | 20 | P& | 03 | 4
063-Z05-A22R-SD12 63 | 48 | 22 | 18 | 11 | 50 | 26 | 65 | 104| 20 | Y& | 05 | 5
SD..1204..N..
080-Z206-A27R-SD12 80 62 27 20 14 50 29 72 | 124 | 20 ﬂ 0.9 6
100-Z07-A32R-SD12 100 | 80 32 26 18 50 32 8.2 | 144 | 20 ﬁ 1.6 7
125-Z08-A40R-SD12 125 | 87 | 40 | 33 | 22 | 63 | 38 | 92 |164| 20 | P& | 28 | 8
Note: AHM15-050-204-A22R-SD12 is clamped using dowel screw Note: f" With internal coolant
K Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Dowel screw Torque
| m—
50-125 g G/\;[:D] =H] 3.5Nm
SP040112 DT-TP15 WD100300
Compatible Inserts
& 5(
—— ¥
R | /
@ () } E[ ® Good Conditions @ General Conditions
e / @ Machining conditions # Bad Conditions
S~ < o O ® O B o0 0|0}
Dimension (mm) M
Slola|Z(Z|¥|x|x|S|g
Insert shape Product code IC S RE | D1 | AN |©o o]l w|o]|L S Q
alalOolalalalOf O ; a
| ||| ||| Q| <<
SDMT 120408N-MM4& 12.7 | 476 0.8 44 153° | ® e o | o ®
‘,.-‘ SDMT 120420N-MM4 127 | 476 | 20 44 | 153° | O °
— SDMT 120425N-MM4 127 | 476 | 25 44 | 15.3° o|e o
SDMT 120430N-MM4 127 | 476 | 3.0 44 | 15.3° o °
g—" SDMT 120408N-MR2 127 | 476 | 08 44 | 153° | @ o o 0o o °

@ : Standard stock O : Made-to-Order
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Materials Cutting depth and feed
SD..1204..N..
! . . High feed milling Plunging
. — Tensile strengtl Hardness
ISO Material classification (N/mm?) (HB) ap fz ap fz
(mm)
min | max | min | max | min | max | min [ max

1.00 | 1.80 0.15 | 0.25

1.00 | 1.20 0.15 | 0.30
Duplex stainless steel 778 230

@ Austenitic stainless steel 675 200 0.05 | 0.80 0.05 | 0.15
Precipitation-hardening stainless steel 1013 300

0.20 | 200 | 0.80 | 1.60 | 0.00 |11.40 | 0.10 | 0.30

Aluminum

Aluminum alloy

0.10 | 0.80 - -

H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.

4370



Milling Cutters M i I I i ng

Application of AHM15-SD12 High Feed Milling Cutter

Max. ramp A

Sloping Helical interpolate milling
Product family | Cutter dia. (D) - -
Max. ramp Min. length-L | .. . " Max. pitch

A Max.ap (mm) (mm) Min. Dia.(mm) | Max. Dia.(mm) (mm)

50 1.5° 20 89.1 76.0 19

50 1.5° 20 89.1 100.0 20

52 1.4° 2.0 96.0 80.0 1.9

52 1.4° 20 96.0 104.0 20

63 1.0° 20 133.7 102.0 19

63 1.0° 2.0 133.7 126.0 2.0

AHM15-SD12

80 0.7° 2.0 192.0 136.0 1.9

80 0.7° 20 192.0 160.0 20

100 0.5° 2.0 260.6 176.0 19

100 0.5° 20 260.6 200.0 20

125 0.4° 20 346.3 226.0 19

125 0.4° 2.0 346.3 250.0 1.9

Programming information
Helical interpolate milling on soild
materials
Indexable r rt

insert (Insert radius) (Approximate radius) k kr X
SD..120408 0.8 3.0 11.43 3.65 2.62
SD..120420.. 2.0 30 10.12 4.28 2.32
Q SD..120425 25 3.0 9.59 4.51 218

ort ro 4
j k{ SD..120430.. 3.0 30 9.07 476 2.04
k
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APMO00O-RP
Profile milling cutter

D

DCON

bc

APMX

LH

Dimension (mm) E =
S =
o +
Product code % E i ._5’ Z Inserts
= [}
[0}
8 | 8| w5 | T | 2| 2| 3
APMO00-016-Z02-C20R-RP080-L120-C 16 16 120 31 14 n'*" 0.3 2 RPM 080ER-MM4
020-202-C25R-RP100-L126-C | 20 20 126 42 18 - 03 2
" RPM 100ER-MM4
020-Z02-C25R-RP100-L176-C 20 20 176 42 18 = 0.5 2
032-Z02-C32R-RP160-L130-C 32 32 130 53 28 ﬁ' 0.6 2 RPM 160ER-MM4
j/“m
\ .
g npE
s WU 7 ¢
Dimension (mm) £ =
5 =
Product code 2 S E Insert
E = ” <, = = nserts
o | 8|8z Slz| 2|8
a a a o 5 o < E
APMO00-016-Z02-M10R-RP080-C 16 18 10.5 50 28 M10 14 ﬁ' 0.08 | RPM 080ER-MM4
020-Z02-M10R-RP100-C 20 18 10.5 50 30 M10 18 ﬁ' 0.04 RPM 100ER-MM4
032-Z02-M16R-RP160-C 2 | 29 17 64 | 40 | M16 | 28 | (™ | 015 | RPM 160ER-MM4
Note: g;' With internal coolant
ﬂ Without internal coolant
Spare parts
Cutter diameter (mm)
Screw Wrench Installation wrench Torque
==
216 g Q/\;m 2 O 1.2Nm
SP02506450H DT-TPO8 AFW-15
@20 SP030072H DT-TP09 AFW-15 2.0Nm
@32 SP040100H DT-TP15 AFW-24 3.5Nm
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Compatible Inserts

\

R . %
I @ Good Conditi General Conditi
7 00 on' !tlons ® General Conditions
y /// Machining conditions # Bad Conditions
wi d (BN BN AN EE.AENENENEK NE
Dimension (mm) M
Slala|Z(Z|x|x|x|S|g
Insert shape Product code INSL | W1 S RE | DT | (8|2 8[R8 = S
alaloled|lalalolo]|=2|a
||| ||| << << | <
RPM 080ER-MM4 1477 | 69 32 8.2 29 | ® oo °
@, RPM 100ER-MM4 1885 | 863 | 39 | 103 | 35 | e o0 .
RPM 160ER-MM4 2954 | 12.68 | 6.2 16.4 | 4.6 o| e
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
RPM....
MM4
a e Tensile strength Hardness ap
ISO Material classification (N/mm?) (HB) fz
(mm)
min max min max
0.10 0.20
0.10 0.18
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10 0.18
Precipitation-hardening stainless steel 1013 300
m 0.20 28.00 - -
Aluminum
Aluminum alloy
a 0.06 0.12
H Hardened steel - 50-60HRC
Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.

373 b



M i "ing Milling Cutters

APMO00-ROO08
Profile milling cutter

Q
Al
A
&
R

W

—

APMX

\ .
¥
. . =
Dimension (mm) & =
S =
o 4+
Product code . % § E 5 Z Inserts
= o
(8} (8} o 3
a a a & 5 < E =
APMO00-025-Z04-C25R-R0O08-L116-C 17 25 25 116 553 4 ﬁ' 0.4 4 RO..08.MOE..
5 o {9 P
ES~ g
Dimension (mm) < =
S =
O =
Product code . % § = § Z Inserts
= (7]
Q (@) (&) &
a a a Y 5 < E =
APMO00-016-Z02-W16R-RO08-L100 8 16 16 100 | 156 4 yé | o1 2 | RO.08.MOE.
CRKS
h /
OAL
Dimension (mm) E )
9 =
Product code 2 S|z Z Inserts
E Zz (%) Pas = K=
o588z slz|e|2
alal|la|la|lo| 5| S| < | E
APMO00-020-Z03-M10R-RO08-C 12 20 18 10.5 | 495 30 M10 4 ;f;' 0.1 3 RO..08..MOE..
Note: ﬁ' With internal coolant
X Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ — ]
SP030072H DT-TPO9
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
216-25 g [C[:D] 2.0Nm
SP030072H DT-TPO9

Compatible Inserts
O

&

g ® Good Conditions @ General Conditions

Machining conditions # Bad Conditions
o 0| O | R | 0|0 |0 |0 |

Dimension (mm) M
|2z |x|¥|¥|S|g
Insert shape Product code INSL| IC | S |RE D1 [AN | |82y |Q|R|]]|® S ]
alalolalalalO| O ; a
||| ||| <[ << | < | <
(ﬂ}v ROHT 0803MOE-MM3 8 8 3.18 - 3.4 | 15° [ ] °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
RO..0803..
MM3
) - Tensile strength Hardness fz
ISO Material classification (N/mm?) (HB) ap 01 <ap=1 T<ap<4
(mm)
min max min max min max

0.15 | 0.50 | 0.08 | 0.30

012 | 045 | 0.06 | 0.28

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10 | 040 | 0.06 | 0.25
Precipitation-hardening stainless steel 1013 300

0.50 4.00 - - - -

Aluminum

Aluminum alloy

0.10 | 0.35 | 0.06 | 0.25

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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APMO00-RO08
Profile milling cutter

sl

I

APMX

Dimension (mm) E =
S =
O =
Product code . % E i 5 YA Inserts
= ()
()
2l 3| 8| s | 3| % | 2|3
APMO00-020-Z03-C20R-RO08-L120-N-C 12 20 20 120 61.8 4 ﬁ' 0.3 4
. RO..08..M4E..
025-Z04-C25R-R0O08-L116-N-C 17 25 25 116 532 4 el 0.4 4
A
Dimension (mm) E &)
S =
) =
Product code . % § E ._5’ YA Inserts
= [}
Q
8 | 8 | &8 | 4 T | x| | =
APM00-016-Z02-W16R-RO08-L100-N 8 16 16 100 | 156 4 e 0.1 2 | RO.08.M4E..
i 7 :
R
Dimension (mm) E =
S =
w0 O =
Product code E - " < = 'S? Z Inserts
o888z AR AR AE:
alal|lal|alo|l%| S| < | &
APM00-020-Z03-M10R-RO08-N-C 12 20 18 105 | 495 30 M10 4 ga 0.1 3 RO..08..M4E..

Note: f;' With internal coolant
X Without internal coolant
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
=
©16-25 g G/\;EII] 20Nm
SP030072H DT-TP09
Compatible Inserts
G N
—
A _ _
® Good Conditions # General Conditions
Machining conditions # Bad Conditions
[ EE AN RN NE BN BN NN NE 2
Dimension (mm) M
o223 ¥ x| = 9
— | — | = | — || = | S
Insert shape Product code INSLf IC | S |RE[D1|AN | 2 |0 |Q L |Q|L|=(Q
alalolalalalo|lo|2|a
||| ||| C| << | <
ROHT 0803M4E-MM3 8 8 |318| - 3.4 | 15° ° °
® : Standard stock O : Made-to-Order
Materials Cutting depth and feed
RO..0803..
MM3
. P Tensile strength Hardness fz
ISO Material classification (N/mm?) (HB) ap 01 <ap=1 T<ap<4
(mm)
min max min max min max
0.15 | 0.50 | 0.08 | 0.30
0.12 | 0.45 | 0.06 | 0.28
Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10 | 0.40 | 0.06 | 0.25
Precipitation-hardening stainless steel 1013 300
m 0.50 4,00 - - - -
Aluminum
Aluminum alloy
a 0.10 | 0.35 | 0.06 | 0.25
H Hardened steel = 50-60HRC
Chilled cast iron = 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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APM00-RO10
Profile milling cutter

KDP

CBDP

Dimension (mm) £ D
g | £
Product code 2 Sile g N inserts
E n| o o =z | X 2|l >
X|la|la|lo|Q ol a S| £ o
ol |o|lo|(o|o|uw|lalalS|lE| &=
Aalajlala|la|la|3|lo|x|x|<| =
APMO00-040-Z05-A16R-RO10-C 30 | 40 | 35 | 16 | 14| 9 | 40 | 24 | 58 | 84 | 5 ﬁ' 03| 5
RO..10T3..
050-Z06-A22R-RO10-C 40 | 50 | 47 | 22 | 18 | 11 | 40 | 26 | 65 [104| 5 | (™ | 04| 6
Dimension (mm) g =
S =
o -
Product code % § = 5 z Inserts
x = o
gl 8|8 | s | 3|5 &g]°
APM00-025-Z03-C25R-RO10-L225-C 15 25 25 225 | 562 5 - 08 3
RO..10T3..
032-Z04-C32R-R0O10-L130-C 22 32 32 130 65 5 ﬁ' 0.7 4
IC&(S
Dimension (mm) g =
> <
Product cod g 8 E z Inserts
oduct code > > " < = =
ololg|g]z 21z 5]|¢
a|la|a|a|o|5|C| < | E
APMO00-025-Z03-M12R-RO10-C 15 25 23 | 125 | 57 35 | M12 5 ﬁ‘ 0.1 3
RO..10T3..
032-Z04-M16R-RO10-C 22 32 29 17 67 43 | M16 5 ﬁ' 0.3 4

Note: f;‘ With internal coolant
ﬂ Without internal coolant
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©25-50 g @\/;[:D] 2.0Nm
SP030072H DT-TP0O9
Compatible Inserts
—{f—— EI ® Good Conditions @ General Conditions
@ Machining conditions # Bad Conditions
N o O O B B[00 |ee|s
Dimension (mm) M
Slala|Z|Z|x(x|x|35|g
Insert shape Product code INSL| IC | S | RE| D1 |AN || QWL W O|w S Q
alalolalalalola|2]a
||| ||| C| << | <
@ ROHT 10T3M8E-MM3 10 | 10 |397| - | 34 | 11° ° °
@ ROMT 10T3M4E-MR6 10 | 10 |397| - | 34 |11° o . .

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
RO..10T3..
MM3 | MR6
Tensile
a f
ISO Material classification strength ez . £
(N/mm?) (HB) 0.1 <ap51.2| 12 <aps<5 |0.1 <aps12|12<aps5
(mm)

max | min | max [ min [ max [ min max [ min | max

0.15 | 055 | 0.10 | 0.30 | 0.15 | 0.60 | 0.10 | 0.32

0.12 | 050 | 0.08 | 0.28 | 0.12 | 0.55 | 0.08 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.10 | 0.45 | 0.08 | 0.25 | 0.10 | 0.50 | 0.08 | 0.28
Precipitation-hardening stainless steel 1013 300

0.80 | 5.00 - - - - - - - -

Aluminum 260 75

Aluminum alloy 447 130

0.10 | 0.40 | 0.08 | 0.25 - - - -

Hardened steel - 50-60HRC

H - - - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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APMO00-RO12

”~ = = )
Profile milling cutter @ @ <> @ §

DCSFMS

KDP

. pceB2 3
DCCB1 DCX 3
Dimension (mm) § =
5 | =2
Product code 2 S E Z Inserts
E o | @ o =z | X = )
x|l®n|oa|o| o Al a S| €| @
ol 0 |o|lo |0 |0 |w|lalals|lz|e|=
A|laoa|lala|lalalI|lo|lx|<|<| =
APMO00-040-Z04-A16R-RO12-C 28 | 40 | 35 | 16 | 14 | 9 40 | 24 | 58 | 84 | 6 f" 03| 4
050-Z05-A22R-R0O12-C 38 | 50 | 45 | 22 | 18 | 11 | 40 | 26 | 65 [104| 6 | (™ | 04| 5
RO..1204..
063-Z06-A22R-RO12-C 51| 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 [10.4 06| 6
080-Z07-A27R-RO12-C 68 | 80 | 62 | 27 | 20 14 | 50 | 29 | 7.2 | 124 6 f'-' 1.2 7
Dimension (mm) % =
S =
o +—
Product code 5 % § e ._57 Z Inserts
= (@)
Q
1 8| 8| s | T | % | £| =
APM00-032-Z03-C32R-RO12-L120-C | 20 32 32 | 120 | 33 6 | o7 3 RO..1204..
Dimension (mm) § &)
S =
wn o =
Product code E > " » = ._5’ YA Inserts
o|5|8|8]z Slz|z2)|¢
alal|lal|alo|%5| S| <| =&
APM00-040-Z04-M16R-RO12-C 28 40 29 17 67 43 M16 ) ﬁ' 0.3 4 RO..1204..

Note: g;' With internal coolant
XWithout internal coolant
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. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
©32-80 g @\/;[:D] 4.0Nm
SP040085H DT-TP10

Compatible Inserts

Z ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
O B W (W 8|0 0 0 e |
Dimension (mm) M
S|ola|Z (| x|¥|35|g
Insert shape Product code INSLf IC | S [RE | D1 |AN |00 QL] Q)W 2 <
alalolalalalo|lo|=2|a
| ||| < << << | < | <
‘ E ROHT 1204M4E-MM3 12 | 12 |476| - | 44 | 171° ° °
ROHT 1204M6E-MM3 12 | 12 | 476| - | 44 | 171° ° °
@ ROMT 1204M6E-MR6 12 | 12 |476| - | 44| 11°| O ° °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
RO..1204..
MM3 | MR6
Tensile
a f
ISO Material classification strength e Mk P £
Nmm) | (HB) 01 <ap<15[15<ap=<6[01<ap<15[15<ap=é
(mm)

max | min max [ min | max | min [ max | min [ max

0.18 | 0.60 | 0.12 | 0.32 | 0.18 | 0.65 | 0.12 | 0.35

0.15 | 0.55 [ 0.10 | 0.30 | 0.15 | 0.60 | 0.10 | 0.32

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.12 | 0.50 | 0.10 | 0.28 | 0.12 | 0.55 | 0.10 | 0.30
Precipitation-hardening stainless steel 1013 300

0.80 | 6.00 - - - - - - - -

Aluminum 260 75

Aluminum alloy 447 130

0.12 | 0.45 | 0.10 | 0.28 - - - -

Hardened steel - 50-60HRC

H - - - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.

381 b



Mi"ing Milling Cutters

APMO00-RO16

”~ = = )
Profile milling cutter @ @ <> @ @

DCSFMS

N DCB
ERE
] TS
i - §5
® <
DCCB2
DCCB1
DC
DCX
. . =
Dimension (mm) 5| B
o | X
Product code 2 - | S|z Z | Inserts
o m | m o =z | X 2|l >
x|l |oa|lo| o o | o S| €| o
ol 0|o|lo |0 |0 |uL|lma|lal|lS|&E| 88|
A|laoa|la|la|lalalI|lolx|x|<| =
APM00-063-Z05-A22R-RO16-C 47 | 63 | 48 | 22 | 18 | 11 | 40 | 26 | 65 |104| 8 | @™ |05 | 5
080-Z06-A27R-R0O16-C 64 | 80 | 62 | 27 | 20 | 14 | 50 | 29 | 7.2 (124 8 ﬁ' 1.2 6 RO..1605..
100-Z07-A32R-R0O16-C 84 | 100 | 80 | 32 | 26 | 18 | 50 | 32 | 82 (144 | 8 1.8 7
Note: ﬁ‘ With internal coolant
ﬂ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
63-100 g C T 5.0Nm
SP050120 DT-TP20
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Compatible Inserts

g ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ®H | ® | 6® K| o0 0|0 | ¥
Dimension (mm) M
S|ola|Z (T |¥|x|¥|S|g
- - o - - o o o
Insert shape Product code INSL| IC S |RE|DI|[AN | Bl 0| Q L|Q|L =|Q
ala|loladlalalolo|=|a
||| ||| <[ | <
ROHT 1605M8E-MM3 16 16 | 5.56 - 55 | 11° [ ] [}
ROMT 1605M6E-MR6 16 | 16 | 556 | - 55 | 11° ° ° °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
RO..1605..
MM3 | MR6
Tensile
a fz
ISO Material classification strength EIEhE 2
Nmmd) | (B 01 <aps15]15<ap=8[01 <aps15[15<aps8
(mm)
min | max | min | max | min | max | min | max | min | max

0.20 | 065 | 0.12 | 035 | 0.20 | 0.68 | 0.12 | 0.38

0.18 | 0.60 | 0.10 | 0.32 | 0.18 | 0.65 | 0.10 | 0.35

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.15 | 055 | 0.10 | 0.30 [ 0.15 | 0.58 | 0.10 | 0.32
Precipitation-hardening stainless steel 1013 300

0.80 | 8.00 - - - - - - - -

Aluminum

Aluminum alloy

0.15 | 0.50 | 0.10 | 0.30 - - - -

Hardened steel - 50-60HRC

H - - - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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APMO00-RO20
Profile milling cutter

CBDP
KDP

DceBs,

!

APMX
L

.o CBOP

APMX
LF

DCCB2
DCCB1
oex ooced y o
Fig. 1
. . =
Dimension (mm) 5|3
S
Product code 2 —|lalo| < S|z Z| 2| Inserts
i —|o|o|la|a a z (3|82 =
X|lalalolo|o|lo]|O ol a S|l
olC|lo|lo|a|o|(0|0|0|u|a|lalS|la|8=
a|lala|la|la|lala|lala|ld|lo|x|x|<|=
APMO00-100-Z06-A32R-R0O20-C 80/100{ 80 32| - | 26|18 | - | - |50 |32 |8.2|14.4/ 10 ﬁ' 17| 6
1
125-Z07-A40R-R0O20-C 105(125| 87 |40 | - |33 22| - | - | 63|38|92[16.4/ 10 ,{3' 35| 7 RO..2006..
160-Z08-A40R-R0O20 140(160(107| 40 |66.7| 58 | - | 14|20 | 63 |32 |9.2|16.4 10 | p#| 45| 8 | 2
Note: f;' With internal coolant
X Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| —
2100-160 g C T 7.0Nm
SP060180 DT-TP25
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Compatible Inserts

2 ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ®H | ® 6| |00 0|0 | ¥
Dimension (mm) M
S|ola|Z|Z|¥|x|x|S5|g
- - o - - o Ao o
Insert shape Product code INSL| IC S |RE|D1 |AN|w|wf B|Q|V(Q|L|=|Q
alalolalalalo|lo|=2]|a
||| ||| | << | <
ROHT 2006M8E-MM3 20 20 | 6.35 - 65 | 11° [ ] [}
ROMT 2006M8E-MRé6 20 | 20 | 635| - | 65 | 11° ° o) °

@ : Standard stock O : Made-to-Order

Materials Cutting depth and feed
RO..2006..
MM3 | MR6
Tensile

a i

ISO Material classification strength REIRINEES P £
(Nmedy | (B 01 < ap<25[25 < ap<10[0.1 < ap=<25[25 < ap=<10

(mm)

max | min | max [ min | max | min | max [ min | max

020 | 0.70 | 015 | 0.38 | 0.20 | 0.80 | 0.15 | 0.40

0.18 | 0.65 | 0.12 | 0.35 | 0.18 | 0.70 | 0.12 | 0.38

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.15 | 0.60 | 012 | 0.32 | 0.15 | 0.65 | 0.12 | 0.35
Precipitation-hardening stainless steel 1013 300

1.00 | 10.00 - - - - - - - -

Aluminum 260 75

Aluminum alloy 447 130

0.15 | 055 | 0.12 | 0.32 - - - -

Hardened steel - 50-60HRC

H - - - - - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ACM45-SD09
Chamfer milling cutter §

Deon
fe—DCON o]

APMX.
LH

s

Dimension (mm) £ D
S =
o =
Product code 5 % § i < z Inserts
= [}
(]
gl 8|8 || 5| %] &>
ACM45-012-Z01-C16R-SD09-L160 12 24 16 160 25 55 hod 0.3 1
016-202-C16R-SD09-L160 16 28 16 160 30 55 | & | 02 2
020-Z02-C20R-SD09-L180 20 32 20 180 35 55 | y¥ | 04 2 [SD.09T3.N..
025-Z203-C25R-SD09-L200 25 37 25 200 42 5.5 pod 0.7 3
032-Z03-C32R-SD09-L250 32 44 32 250 53 55 | ¥ | 15 3
CRKS
Dimension (mm) £ =
5 | =
Product code 2 S T.E: z Insert:
> = ” <, = = nserts
o| 5|88z Slz|z|2
a|la|la|a|o|S5| 0| < | =&
ACM45-016-Z02-MO8R-SD09 16 | 28 | 15 | 85 | 42 | 25 | Mo | 55 | p# | 01| 2
020-Z02-M10R-SD09 20 32 18 10.5 51 31 M10 55 ﬁ 0.1 2
- SD..09T3.N..
025-703-M12R-SD09 25 | 37 | 23 | 125 | 59 | 37 | M12| 55 | p® | 01| 3
032-Z03-M16R-SD09 32 | 44 | 29 | 17 | 70 | 46 [ M16 | 55 | pE | 03 | 3
Note: ﬁ' With internal coolant
ﬁ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
| ——
212-32 g @ 3.0Nm
SP035086 DT-TP10
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Compatible Inserts

i

E ® Good Conditions @ General Conditions
E&J) Machining conditions # Bad Conditions
S=is=ay W 0[a[x[e]e][eex
& Dimension (mm) M
S|ola|Z (T |¥|x|¥|35|g
Insert shape Product code IC| S |RE|BS|D1[(AN |R|Q|Q(L|QR|3L 2 Q
alalolalalalo|lo|=2|a
| <[ | C| || << <
Y N SDMT 09T308N-MM4 9.525| 3.97 | 0.8 - 39 | 15° | @ o | o | o °
—— SDMT 09T320N-MM4 9520[397| 20 | - |39 | 15° | ® o le|e . .
r SDMT 09T308N-MR2 9.525| 3.97 | 0.8 = 39 |15° | @ e | o | o °
<)
LY SDMT 09T320N-MR2 9.520| 3.97 | 2.0 - 39 | 15° | @ e o | o °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..09T3.N..
Geometry
g o Tensile strength Hardness ap MM4 MR2
I1SO Material classification (N/mm?) (HB) =
(mm)
min max min max min max

0.05 | 0.25 | 0.05 | 0.35

0.05 | 0.22 | 0.05 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 - - 0.08 | 035
Precipitation-hardening stainless steel 1013 300

0.10 5.50 0.08 | 0.30 | 0.08 | 0.30

Aluminum

Aluminum alloy

0.05 | 0.30 - -

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.
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ACM45-SD12
Chamfer milling cutter %

Dpcon

APMX

Dimension (mm) % =
S =
(%) +
Product code . % § E 5 Z Inserts
= )
Q
2l 2| 8| s | 5| %] 2| =
ACM45-025-Z02-C25R-SD12-L200 25 41 25 200 30 75 }Q 0.8 2
SD..1204..N..
032-Z03-C32R-SD12-L250 32 48 32 250 | 43 75 | ¥ | 15 3
Dimension (mm) g =
S5 =
Product cod g S E YA Inserts
oduct code E = ” «< = =
o| 8|88z Sz
a a a a o 5 o < | =
ACM45-025-Z02-M12R-SD12 25 41 23 12,5 59 37 | M12 | 75 ﬂ 0.1 2
SD..1204..N..
032-Z03-M16R-SD12 322 | 48 | 29 | 17 | 70 | 4 [ M6 | 75 | pE | 02 | 3
Note: f;‘ With internal coolant
ﬂ Without internal coolant
. Spare parts
Cutter diameter (mm)
Screw Wrench Torque
[ —
©25-32 g C[:D] 3.5Nm
SP040112 DT-TP15
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Compatible Inserts

& 5{
,/" S [}
/ h A
“ \ () ) { EI ® Good Conditions @ General Conditions
° i/ @ Machining conditions # Bad Conditions
———= . e/ |(o[a[n[e][e][e][es
Dimension (mm) M
S|ola|Z (T |¥|x|¥|S|g
Insert shape Product code IC S RE D1 M Z2BSB 2283 = S S
alalolalalalo|lo|=2|a
| <[ | ||| << | <
SDMT 120408N-MM4 127 | 476 | 08 44 | 153° | @ o o | o °
0y SDMT 120420N-MM4 127 | 476 | 20 | 44 | 153°| O ]
— SDMT 120425N-MM4 127 | 476 | 25 | 44 | 153 ole o
SDMT 120430N-MM4& 127 | 476 | 3.0 44 | 153° e} °
< SDMT 120408N-MR2 127 | 476 | 08 44 | 153° | @ o o o o °
@ : Standard stock O : Made-to-Order
Materials Cutting depth and feed
SD..1204..N..
Geometry
ISO Material classification Ten?i,lle/;t:z?gth Ha(rg g)ess a MM ra MR2
(mm)
min max min max min max

0.10 | 0.30 | 0.10 | 0.35

012 | 025 | 0.10 | 0.30

Duplex stainless steel 778 230
@ Austenitic stainless steel 675 200 0.06 | 0.20 | 0.10 | 0.30
Precipitation-hardening stainless steel 1013 300

0.20 7.50 0.10 | 030 | 0.10 | 0.35

Aluminum

Aluminum alloy

0.06 | 0.12 - -

Hardened steel - 50-60HRC

H - - - -

Chilled cast iron - 55HRC

*The recommended cutting conditions always refer to general conditions. These cutting conditions should be adjusted according to the practical machine rigidity, tools,
workpiece clamping and coolant. Average chip thickness (hm)=fz x sinkr.

389 b



www.achtecktool.com

THE EXPERT OF DIFFICULT MACHINING

)

4

|
» /
a- -

Milling Inserts




CUTTING TOOL CATALOGUE

Milling Inserts 390
Milling Insert Denomination System 392
Geometry Application Guide 394
Geometry Introduction 395
Milling Grade Application Description 396
Milling Grade Application Recommendation Table 397
Milling Grade Introduction 398
SD Milling Insert 400
SE Milling Insert 402
OD Milling Insert 403
SN Milling Insert 404
XN Milling Insert 408
HN Milling Insert 411
ON Milling Insert 411
Cast Iron Finish Milling Insert 412
AO Milling Insert 413
AP Milling Insert 414
TD Milling Insert 416
SO Milling Insert 416
LN Milling Insert 417
WN Milling Insert 419
LNET Milling Insert 420
XD Milling Insert 421
LNMX Milling Insert 422
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M i "ing Milling Inserts

Milling Insert Denomination System

A O M T

A H M () R C D E F
85° 120° 86° 135° 360° 7 15° 20° 25
S T z X G N P (0]
E AX g Special Other clearance
- . pye angle
%0 60° 86" 30 L -
N S
Ao Shape: C,E,H,M,0,PS,T,R,W
h / d m
| IC
d/ JKLMN u M, N U
476 +0,05 +0,08 +0,08 +0,13
. In.Circle |Nose height| Thickness 556 +0.05 +008 +008 +013
Class| Unit | . . : , ) b
dimension d m s
6 +0,05 +0,08 +0,08 +0,13
A | mm +0,025 +0,005 +0,025
635 +0,05 +0,08 +0,08 +0,13
mm +0,025 +0,013 +0,025
794 +0,05 +0,08 +0,08 +0,13
E | mm +0,025 +0,025 +0,025
8 +0,05 +0,08 +0,08 +0,13
F | mm +0,013 +0,005 +0,025
9.525 +0,06 +0,08 +0,08 +0,13
G | mm +0,025 +0,025 +0,13
10 +0,06 +0,08 +0,08 +0,13
H | mm +0,013 +0,013 +0,025
12 +0,08 +0,13 +0,13 £02
J mm * +0,005 +0,025
12.7 +0,08 +0,13 +0,13 +02
K | mm * +0,013 +0,025
15.875 +0,1 +0,18 +0,15 +0.27
L | mm * +0,025 +0,025
16 +0,1 +0,18 +0,15 +0,27
M | mm * * +0,127
19.05 +0,1 +0,18 +0,15 +0.27
Uu | mm * * +0,127
20 +0,1 +0,18 +0,15 +0,27
N | mm * * +0,025
- - 25 +0,13 +0,25 +0,18 +0,38
* For details refer to right and below tables
254 +0,13 +0,25 +0,18 +0,38
3175 £0,15 £0,25 £02 +0,38
32 £0,15 +0,25 £02 +0,38
M&N shape D shape V shape
IC d m d m A B c E G
5.56 +0,05 +0,11 < > <>
LT L7 ] =] 1 11T
635 +0,05 +0,11 +0,05 + 016 70°-90° 70°90°
7.94 +0,06 +0,11 +0,056 +0,16 H J M N Q
9.525 £005 | +0,11 £005 | +016 EE 11 \ | =
70°:90° 70°-90° 40°60°
12.7 +0,08 +0,15 +0,08 +02 R T U w Z
I:‘ 1 = 1 Spec|a|
19.05 £010 | =018 | =010 | %027 4060 40°-60 40°-60
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In.Circle
dimension H M (0] R S T Z s
(mm)
R dHAE 011.59mm
3.180 05 T1=1.98mm
3970 06 T 02=2.38mm
5.000 05 S T2=2.78mm
5560 09 03=3.18mm
6000 0 T3=3.97mm
635 " 04=4.76mm
7.940 13
s 05=5.56mm
8.000 08
S =
9.525 09 09 16 06=6.35mm
10.000 10 07=7.94mm
12.000 12 09=9.52mm
12.700 04 12 12 22
15.875 15 15 27
16.000 06 16
19.050 19 19 33
20.000 20
F E T
25.000 25 25 j ﬁ >
25.400 25 /
31.750 31 Sharp cutting edge  Honed cutting edge Negative land
32.000 32
K S P
- Y B
_ _ Double negative land Negative land Double negative
00 = sharp 24 = 24 +honed land +honed
R 01 = 01 28 = 2.8
02 = 0.2 32 =32
04 = 0.4 40 = 4.0
08 = 0.8 48 = 48
12 = 1.2 56 = 5.6
Q 16 = 1.6 64 = 6.4
20 = 2.0 X = others R L N

Round insert:MO refers to metric dia. size

Ve 2 + + <+ N*F
5 Clearance angle
an of wiper edge(n)

. Approach angle A=3° Right hand Left hand Neutral

(Entering angle) B=5

(Kr) cC=7

A = 45° D = 15°
D = 60° E=20°
E =75 F=25
F =85 G = 30°
P = 900 N = 0°

Z = Others pP=11

Z = Others
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Geometry Application Guide

Milling geometry application

(N/mm?)

aluminium alloy

Materials
FM2 MM3 MM4 MR2 MRé6 RR2 HR2
) Tensile Suitable for . .
Material Hardness L Light | General | Medium . Heavy .
IS0 classification strength (HB) machining cutting | purpose | machining Roughing roughing Roughing

el 778 230 - © . © - ; -
stainless steel

Austenitic | 475 200 - o . o - : -
stainless steel
Precipitation-

hardening 1013 300 - © ° © - - -

stainless steel

Aluminum

Aluminum alloy

Hardened steel - 50-60HRC = - © ° = = =
H :
Chilled cast _ 55HRC _ _ © ° _ _ _
Iron
® st choice
© 2nd choice
- Inapplicable
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Milling Geometry Introduction

gelgsr::el;try Edge shape Application
= Low cutting force, for weak machining condition
FM2 = Sharp geometry
= For aluminium material machining
= Low cutting force, for weak machining condition
MM3 = Sharp geometry
= For steel, stainless-steel and heat resistant alloy machining
= For medium machining condition
MM4 = Universal geometry
= For machining most materials
= For medium or better machining condition
MR2 = Universal geometry
= For machining most materials
= For stable machining condition
MR6 = Roughing geometry
= For machining most materials
= For stable machining condition
HR2 = Roughing geometry
= Mainly for cast iron machining
= For stable machining condition
RR2 = Heavy roughing geometry
= Mainly for cast iron and steel machining
IT 4 = Sharp geometry, for specified product
DT ‘/7 = Universal geometry, for specified product
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Grade Application Guide

Material List of Indexable Milling Inserts

Coated
ISO Uncoated
PVD CVvD

Material| Material
Group |classification

PO1

P05

P10

P15

P20

P25

P30

P35

P40

P45

P50

MO1

MO05

M10

M15

M20

@ Stainless 7o
steels

M30

AP251U

M35

AP351U
AP351M

M40

M45

AP403M
AP403S

M50

K01

K05

K10

K15

K20

K25

K30

K35

K40

K45

K50

NO1

NO5

Aluminum/ | N10
Aluminum [ N15
alloys N20

AW100K

N25

N30

S01

S05

S10

S15

S20

§25

S30

S35

S40

S45

S50

HO1

HO5

Hardened |'11o

H steels/ H15

AP151H

Chilled cast H20

iron
H25

H30

4396



Milling Inserts M i I I i ng

Grade Application Guide

Milling grade application

Materials
PVD coated CVD coated Uncoated
Material Tensile Hardness
ISO A, strength AP251U | AP351U | AP351M [ AP403M | AP251K | AP403S | AP151H [ AC251P | ACT51K | AC301K | AW100K
classification (N/mm?) (HB)

Duplex 778 20 | © | © | e | e | - 0| - | - | - | - -
stainless steel

Aystenitic 675 200 © 0 ° ° _ © _ _ - - -
stainless steel

Precipitation-
hardening 1013 300 © © ° ° = © - - - - -
stainless steel

Aluminum

Aluminum alloy

Hardened steel - 50-60HRC| - - - - - - ° = . - -
H -
Chll!ed cast _ 55HRC . ) ) ) . . o . ) ) )
iron

® st choice
© 2nd choice
- Inapplicable
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M i "ing Milling Inserts

Grade for Milling

E Steel, alloyed steel, unalloyed steel

Basic grade
AP251U P25(P15-P35)

PVD-coated grade, suitable for most applications. First
choice for steel machining. It is recommended to be used
in rough to finish machining of steel under stable working
conditions, good for dry and wet machining with small
cutting width, complex tool path and sticky materials.

AC251P P35(P25-P40)

CVD coated grade is suitable for big cutting depth,
medium to high speed milling of steel under bad
machining conditions.

Supplemental grade
AP351M P35(P25-P45)

PVD coated grade, medium hardness substrate, which
is a supplement for AP251U in steel milling when high-
toughness is requested.

AP351U P35(P30-P45)

PVD coated grade, medium hardness substrate, which
is a supplement for AP251U in steel milling when high-
toughness is requested.

@ Stainless steel, austenite stainless steel, martensite stainless steel

Basic grade
AP351M M35(M25-M45)

PVD coated grade is used for milling stainless steel and
steel at medium and low speed under bad machining
conditions.

AP403M M35(M35-M50)

Ultra-thick PVD coated grade is the first choice for
stainless steel milling. It is suitable for rough milling of
stainless steel under bad machining conditions.

Supplemental grade

AP251U M25(M15-M35)

PVD coated grade is used in rough and finish milling of
stainless steel under very stable machining conditions.
AP403S M45(M35-M50)

PVD coated grade, the substrate has both toughness and red
hardness characteristics, and is suitable for rough milling of
stainless steel under bad machining conditions. Milling at low
cutting speed can get longer tool life.

AP351U M35(M30-M45)

PVD coated grade, medium hardness substrate, which is a
supplement for AP251U in steel milling when high-toughness
is requested.

m Cast iron, grey cast iron, nodular cast iron

Basic grade
AC301K K25(K10-K35)

CVD coated grade, suitable for semi-finish milling and rough
milling of grey cast iron at medium and high cutting speed,
Recommended for dry cutting conditions, can achieve longer
tool life.

AC151K K25(K10-K35)

CVD coated grade, the combination of a high wear-
resistant substrate and a high bonding strength CVD
coating provides excellent performance in semi-finish and
rough milling of cast iron materials.

AP251K K25(K15-K40)

PVD coated grade is suitable for semi-finish and rough
milling of grey cast iron and nodular cast iron at medium
and low cutting speed, and has good tool life under dry
and wet conditions.

Supplemental grade
AP151H K15(K10-K20)

PVD coated grade is suitable for finish milling of grey cast
iron and nodular cast iron, which can get constant surface
quality and longer tool life.

AC251P K35(K25-K40)

PVD coated grade recommended for high speed dry
cutting of cast iron.



Non-ferrous metals

Basic grade
AW100K N15 (N10-N20)

Milling Inserts M i I I i ng

Uncoated grade, combined with sharp cutting edge, used in aluminum alloy milling.

B Heat resistant alloy

Basic grade
AP403S S45(S35-S50)

PVD coated grade, the substrate has both toughness and
red hardness characteristics, and is the first choice for
titanium alloy machining, as well as the machining of heat
resistant alloy under weak rigidity. It is applicable to the
milling at low cutting speed and can get longer tool life.

H Hard material, hardened steel

Basic grade
AP15TH H15(H10-H20)

Supplemental grade
AP351M $35(S25-545)

PVD coated grade is suitable for semi-finishing to light
rough machining of heat resistant alloy and titanium
alloys.

AP403M S45(S35-S50)

The ultra-thick PVD coated grade is suitable for low-
speed milling of heat resistant alloy and titanium alloys
when high toughness is requested, especially in case of
large cutting width.

PVD coated grade, suitable for milling hardened steel, can be used in rough and finish milling,

meeting the needs of most occasions.
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SD..09T3..
Positive square milling inserts

Y
<

ic

&J ® Good Conditions @ General Conditions
- 7 Machining conditions # Bad Conditions
& & : o B[ O X |(o|0 0 e ¥
Dimension (mm) M
o222 || ¥ x| = 9
Insert shape Product code IC| S |RE|[BS|D1|AN Q|8 2|82y glw|e 2
alaloleld|l2|ola=2|a
| ||| << <[ << | < | <
SDMT 09T304EN-MM3 9.525| 3.97 | 0.4 - 44 | 15° | @ | @ | @ L)
SDMT 09T308EN-MM3 9.525| 3.97 | 0.8 - 44 | 15° | @ | @ L)
SDGT 09T3AEEN-MM4 92521397 | 03 | 1.4 | 44 | 15° | O| O
SDGT 09T3PDER-MR6 95161397 | 08 | 1.2 | 44 | 15°| O | ® °

@ : Standard stock O : Made-to-Order

——
N

X THI T X
Ic

E&% ® Good Conditions @ General Conditions
=i % Machining conditions # Bad Conditions
= o O O @ |00 ]|e |
Dimension (mm) M
S|o|la|Z|=|x|x|[x|S|a
Product code cC | s |RE|DI|AN|D|Db|blb|[S|IG|Ic|B|2|8
oN o N o 5 N o™ — = ~
alalolalalalo|lo|2|a
| ||| << <[ << | < | <
SDMT 09T308N-MM4 9.525 | 3.97 0.8 3.9 15° ° [ I BN ) )
SDMT 09T320N-MM4 9.520 | 3.97 2.0 3.9 15° | @ oo | @ ° )
SDMT 09T308N-MR2 9.525 | 3.97 0.8 3.9 15° | @ oo | o )
SDMT 09T320N-MR2 9520 | 397 | 20 39 15° | @ oo | o °

@ : Standard stock O : Made-to-Order
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SD..1204..
Positive square milling inserts

Milling Inserts M i I I i ng

2 5 ® Good Conditions @ General Conditions
% Machining conditions # Bad Conditions
o (M (O (O % (0o 0 0 0 =
Dimension (mm) M
S|2|a(Z|Z|¥|x|x = 9
Insert shape Product code IC| S |RE|BS |D1|AN E % 3 % = § § E’ 2|2
alalolalalalolol=2]a
| ||| << << || <
SDMT 120408EN-MM4 127 | 476 | 08 | - 55| 15° | @ | e | @ L )
SDMT 120412EN-MM3 127 476 | 12 | - 55| 15° | ® | @ | O °
SDKT 1204AEEN-MR2 127 | 476 | 23 | 15 | 565 | 15° | O ° °
@ : Standard stock O : Made-to-Order
& 5;
4 N .
M - — —
&J ] ® Good Conditions @ General Conditions
. \\e / J Machining conditions # Bad Conditions
. < o 0 B O % 00|00 %
Dimension (mm) M
S|ola|Z|Z|x|x|x|35(g
Insert shape Product code IC S RE | D1 | AN (E % (E 5 S (E § b2 §
alajlo|lalalal O 5 2| a
| || || << ||| <
SDMT 120408N-MM4 127 | 476 | 08 44 | 153° | @ o o o °
SDMT 120420N-MM4 127 | 476 | 2.0 44 |153°| O °
SDMT 120425N-MM4 12.7 476 25 4.4 15.3° oO| ® o
SDMT 120430N-MM4 12.7 | 476 3.0 44 15.3° o °
SDMT 120408N-MR2 127 | 476 0.8 4.4 153° | ® e o o o [ )

@ : Standard stock O : Made-to-Order
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SE..12T3..
Positive square short wiper milling cutter inserts

R SE==
=
() Q ® Good Conditions @ General Conditions
O Machining conditions # Bad Conditions
clo[w|[a[n[e[e][e[x]e
Dimension (mm) M H
olala|Z(Z|¥(x|S|glzT
Insert shape Product code IC| S|RE|BS|DI|AN|Q|Z 2|5 |2|g|e|S|Q|2
ale|oladlalalol=2ala
|| C| <[ C|<C| <[ << | | <
SEHT 12T3AEEN-FM2 134397 | 1.5 | 23 | 41 | 20° )
SEMT 12T3AEEN-MM3 134|397 | 15 | 20 | 41 | 20° | ® o o o o )
SEGT 12T3AEEN-MM4 13.4 1397 | 1.5 2.1 4.1 20° | ® [ )
SEMT 12T3AEEN-MM4 134|397 | 15 | 20 | 41 | 20° | ® o o o o |0
SEMT 12T3AEEN-MRé6 134|397 | 15 | 20 | 41 20° [ NI I )

@® : Standard stock O : Made-to-Order

. f
'ﬂ\\( ® Good Conditions ® General Conditions
Machining conditions # Bad Conditions

o (H O B X (o0 o | ¥ o

Dimension (mm) M H

o|2la|Z|3|x|x = Q|

Insert shape Product code W1l S |RE|BS D1 |AS | ©|9|wY § Q § Lo =4 Q )
aleloled|lalalol=2ladla

||| ||| <[ | <

‘ SEHT 12T3AEEN-W 134397 | 15 | 78 | 41 | 29° | ® .

@ : Standard stock O : Made-to-Order
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0OD..0605..
Positive octagonal milling inserts

%
2

o

® Good Conditions #® General Conditions

Machining conditions # Bad Conditions
@@ [a[n[e[e][e[e[s
Dimension (mm) M
S|2|a(Z|Z|¥|x|x = 9
Insert shape Product code L|IC|S |RE|BS|D1[AN|w© % 3 % = 5 glel2|2
alalolalalalolol=2]a
||| C| <[ | << | <
£ ODET 0605APFN-FM2 63 | 16 [556| 08 | 1.6 |55 |15° [
1)
N
ODMT 060508EN-MM3 63|16 |556/ 08| - |55 |15°| @ | @ | ® o |0
ODMT 060512EN-MM3 6116 |556| 12| - |55|15°| @ e] )
ODHT 0605APEN-MM3 63| 16 |556/ 08|16 |55(15°| @ | @ | e | @ o o |0 °

ODMW 060512EN-HR2 61|16 |556] 12| - |55 |15° oo

° ODEW 0605APSR-HR2 65| 16 |556| - | 16|55 15° o | e

@ : Standard stock O : Made-to-Order
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SN..1206ANN..
Negative short wiper milling inserts (applicable to AFM45-SN12 milling cutter)

\N

- J} 5 ® Good Conditions @ General Conditions
" ® 2 Machining conditions ¥ Bad Conditions
T e N * W W W X o000 ¥
Dimension (mm) M
S|ola|Z|Z|x|¥|x|S5|g
Insert shape Product code IC S RE | BS | DI [ie|wl2|(rllelSl
alalolalalalo|lo|=2]a
< < |<|<|<|<|<|<|=|<
’ ' SNHX 1206ANN-FM2 127 | 624 | 05 1.7 55 °
n SNGX 1206ANN-MM3 127 | 624 | 04 | 18 | 55 (e | @ | @ o oo
SNMX 1206ANN-MM3 127 | 6.25 0.4 1.8 55 | e | ® | O L)
° SNGX 1206ANN-MM4 127 | 622 | 04 | 18 | 55 | @ ° oo °
SNMX 1206ANN-MM4 127 | 6.22 0.4 1.8 55 |e | @ | ® oo oo
u SNGX 1206ANN-MR6 127 | 625 | 04 | 18 | 55 (e | @ | O e oo
SNMX 1206ANN-MRé6 127 | 6.25 0.4 1.8 56 |0 | @ | O o o | o
u SNGX 1206ANN-RR2 127 | 629 | 05 | 17 | 55 |0 | @ | O e e | O

SNHX 1206ANN..
Negative long wiper milling inserts (applicable to AFM45-SN12 milling cutter)

INSL

D1

® : Standard stock O : Made-to-Order

Machining conditions

® Good Conditions @ General Conditions
# Bad Conditions

cjolo[@[g[e[e[e[e

. Dimension (mm) M
o|2|a(Z|3|%|x|x = 9
— | — | v~ | — — = | = | S
Insert shape Product code INSL| IC [ S |RE|[BS D1 |9 8| (L2(L|3|L[=|2
alaloladlalalclo]|2]a
(||| <[ || << | <
SNHX 1206ANN-W 151 1127 | 615 | 1.2 | 47 55 | @ e o o

4 404
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SN..1206ENN..
Negative short wiper milling inserts (applicable to AFM75-SN12 milling cutter)

QI 7
(8] fﬁ E . .
- \\J ® Good Conditions #® General Conditions
\d 9 2 Machining conditions #® Bad Conditions
B € X o O W O(n|ojeo o0 xn
Dimension (mm) M
S|2|a(Z|Z|¥|x|x = 9
Insert shape Product code IC S RE| BS [ DI |[9ie|elg|Q(Q|llelSl
alalolalalalolol=2]a
<|l<|<|<|<|<|<|<|=x]|<
n SNGX 1206ENN-MM3 127 | 636 | 08 | 12 | 55 |e | @ | O e e O
SNGX 1206ENN-MM4 12.7 6.34 0.8 1.2 5.5 [ I [ )
SNMX 1206ENN-MM4 127 | 634 0.8 1.2 55 e] °
n SNGX 1206ENN-MR6 127 | 632 | 08 | 12 | 55 |e | @ | @ e e

@ : Standard stock O : Made-to-Order

SNHX 1206ENN..
Negative long wiper milling inserts (applicable to AFM75-SN12 milling cutter)

N

: \ J ° ® Good Conditions @ General Conditions
\‘\ = 7 Machining conditions # Bad Conditions
8 s | o (H O @ X (o0 o 0 =¥
Dimension (mm) M
S|ala|Z|Z|x|x|x|3|g
Insert shape Product code INSL| IC [ S |RE|BS|Dl |2 9|9 |99 |3|w S Q
alalolalalalolol=2]a
| ||| << << << || < | <
n SNHX 1206ENN-W 1366|127 | 624| 06 | 48 | 55 | @ ° °

@ : Standard stock O : Made-to-Order
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SN..1206ZNN..
Negative short wiper milling inserts (applicable to AFM88-SN12 milling cutter)

RE

= (A
A : S— _
= \\// " Good Conf:i!tlons ® General Conditions
10 ¢ :"’} j/ ; Machining conditions ¥ Bad Conditions
e - : o B W @ x| 0o 0|0 0 | %
Dimension (mm) M
S|ola|Z|Z|¥|x|x|S5|g
Insert shape Product code IC S RE | BS | DI |2 (r|glelSl
alalolalalalo|lo|=2|a
||| | ||| < | <
- 12.7 | 6.56 0.8 1.2 5.5 [}
[ﬁ-’ SNHX 1206ZNN-FM2
n SNGX 1206ZNN-MM3 127 | 649 | 08 1.2 556 (e | @ | @ o o |0
SNGX 1206ZNN-MM4& 127 | 646 | 0.8 12 55 (e | ® | @ o o o |0 °
SNMX 1206ZNN-MM4 127 | 646 | 08 12 55 |@| O | @ e|e |0 |0
n SNGX 1206ZNN-MRé6 127 | 6.44 0.8 1.2 5.5 ® | ® | O e o o o

SNHX 1206ZNN..
Negative long wiper milling inserts (applicable to AFM88-SN12 milling cutter)

'f‘o i

INSL

=

@ : Standard stock O : Made-to-Order

Machining conditions

® Good Conditions @ General Conditions
# Bad Conditions

BS (BN BN BN BE. A K EE BN NE 4
Dimension (mm) M
O|(oflal|= c% x| x|x[Z 9
— | — | = | — — || = | S
Insert shape Product code INSL| IC [ S |RE|[BS|D1 |9 83| (2(Q%|3|L[=]2
alalolalalalo|lol2]a
| || || << << | <
SNHX 1206ZNN-W 12.8 127 | 624| 08 | 44 | 55 | @ ° oo

4 406

@ : Standard stock O : Made-to-Order
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SN..1206..
Negative milling cutter with corner radius

v4 7
e T @ ® Good Conditions @ General Conditions
22 Machining conditions # Bad Conditions
s | NI I I IR
Dimension (mm) M
o223 ¥ x| = Q
Insert shape Product code IC S RE | BS | D1 5 % = 5 = E § E 2|2
alalolalalalolo|=2a
|l | || | << << || <
n SNMX 120612-MM3 127 | 640 | 1.2 - 55 [0 | @ | O o oo
SNGX 120608-MM4 127 | 643 | 08 - 55 |e | @ | @ o oo
SNGX 120612-MM4 127 | 638 | 1.2 - 55 | ®
n SNMX 120608-MM4 12.7 | 643 | 08 - 55 (@ | @ L
SNMX 120612-MM4 127 | 638 | 1.2 - 55 |e | @ | @ o oo
SNMX 120620-MM4 12.7 | 6.28 2.0 - 5.5 ® O e o | o
SNMX 120630-MM4 127 | 614 | 3.0 - 55 °
n SNMX 120612-MRé6 127 | 641 | 12 - 55 (e | @ | @ o oo
u SNMX 120612-RR2 127 | 644 | 12 = 55 |® | ® | O o0
SNMX 120620-RR2 127 | 634 | 20 - 5.5 o0 o | e
n SNMX 120612R-MM4 127 | 685 | 1.2 - 55 |® | ® | O o oo

@ : Standard stock O : Made-to-Order

SN..1909ANN..
Negative short wiper milling inserts (applicable to AFM45-SN19 milling cutter)

- /_RE -
Y [
Q () ’ i ® Good Conditions @ General Conditions
FLOJ o Machining conditions # Bad Conditions
= v, . °* B W B % 0o 0|0 e |%
Dimension (mm) M
olala|Z|3|¥|x|x|5|9
Insert shape Product code IC S RE BS D1 |Q(®|L % Q 5 § o2 §
alalolalalald|o = |a
||| | < << << | < | <
SNGX 1909ANN-MM3 19.05 | 8.58 0.4 2.8 8 [ ]

n SNGX 1909ANN-MR6 19.05 | 850 | 08 | 2.7 8 ° °

® : Standard stock O : Made-to-Order

407



M i "ing Milling Inserts

XN..0705ANN..
Negative heptagonal short wiper milling inserts

,\}
g ﬁ // 2 5 ® Good Conditions # General Conditions
Y g<:§ Machining conditions # Bad Conditions
J o O O O (R | o000 =
s |1
Dimension (mm) M
ol2la|Z(Z|¥(x|¥|S5|g
Insert shape Product code LNSYIC| S [RE[BS|DI |88l (l|8|2|S|
alaloladlalalaclo]=|a
|| ||| <[ <[ | <
XNGU 0705ANN-MM3 55 [15.09/145| 50| 0.8 | 1.1 |407| ® | ® e o o
XNGU 0705ANN-MM4& 55 15.09/145| 50| 0.8 | 1.1 |4.07| ® [ 2NN ) [ )
XNMU 0705ANN-MM4 551509145/ 50|08 |11 |407|® | @ © | ©& © © o o
XNMU 0705ANN-MR6 5.5 15.09/14.5/5.05| 0.8 | 1.1 |4.07| ® | ® e o
XNMU 0705ANN-MM4N 5.5 15.09/145| 53 | 0.8 | 1.0 |407| ® ° L )

@® : Standard stock O : Made-to-Order

XN..0705ANN.. W
Negative heptagonal long wiper milling inserts

7
Z il =] .
= | ® Good Conditions @ General Conditions
% Machining conditions # Bad Conditions
LS. (A A A AE AR R ER NN NE
Dimension (mm) M
S|(o|lal|= % X|x|[x[X Q
Insert shape Product code L|INSHIC| S |RE|BSD1 |2 |8 Q| 2(J[(R[3|w S 3
alalolalalalo|lol=2]a
|| | ||| < | << | <
o XNGX 0705ANN-W 5.4 1509145 5 | 0.8 | 56 |407| ® oo o
>

@ : Standard stock O : Made-to-Order

4 408



XN..0705..

Negative heptagonal milling inserts with corner radius

INSL

Milling Inserts M i I I i ng

Machining conditions

® Good Conditions @ General Conditions
# Bad Conditions

Dimension (mm)

® ® O G X o 0|0 o ¥
M

o223 ¥ x| = Q
Insert shape Product code LNSYIC| S [RE[BSIDI |8 2|l g|l2|S|

alalolalalalolo|=2a

||| <|[<|<|<|<|=| <
° XNMU 070508-MM4 6.6 [1521(145/ 50| 08| - |407|® | ® | @ o o oo
O XNMU 070508-MM4N 6.6 (1521145| 53 | 08 | - |4.07 . .

XN..0906..

Negative heptagonal milling inserts with corner radius

® : Standard stock O : Made-to-Order

? Jm 5 ® Good Conditions @ General Conditions
/ Machining conditions % Bad Conditions
| H | H B | X|0o|0o |0 |0 | ¥
S
Dimension (mm) M
S|2|a|Z|Z¥|x|¥|S|g
Insert shape Product code LINSHIC| S |RE[BSID1 |2 B|Q|L(QLI|L = Q
alaloladlalald|o|=]a
<|l<|<|<|<|<|<|<|[=]|<
° XNMU 090612-MM4 8.6 19971905875 12 | - |55|® | @ | @ e|lo |0
g XNMU 090612-MM4N 8.6 19.97/19.05.875 1.2 | - |55 )

® : Standard stock O : Made-to-Order

409 b




M i "ing Milling Inserts

XN..0906ANN..
Negative heptagonal short wiper milling inserts

o0
Hysm= J‘\ ® Good Conditions @ General Conditions
Vi Machining conditions # Bad Conditions
e |1 o O B O (n|e|e 0|0
Dimension (mm) M
D2 (2| |¥|x|x = 9
Insert shape Product code LNSYIC| S |RE[BS|DI||8|le|8|l|rlg|2|S|
ala|loladladlaldlo|=]|a
| ||| << << || <
XNGU 0906ANN-MM3 7.3 19.86/19.0(5.875/ 0.8 | 1.4 | 5.5 ° °
XNGU 0906ANN-MM4 7.3 [19.86/19.0/5.875/ 08 | 1.4 |55 O | ® | ® e o o
XNMU 0906ANN-MR6 7.3 19.86/19.0/5.927/ 08 | 1.4 | 55 ® [ ] e o o
XNMF 0906ANN-MR6 7.3 [19.86/19.0/5.927| 0.8 | 1.4 | 3.0 [ NI I )
@ : Standard stock O : Made-to-Order
XN..0906ANN..W

Negative heptagonal long wiper milling inserts

7
Z 1Ll 2! — —

P ® Good Conditions @ General Conditions

% Machining conditions # Bad Conditions
LS| o 0 OH O x| o 0|0 0 | %

Dimension (mm) M
S|ala|Z|Z | x|x|35|g
Insert shape Product code LNSHIC| S |RE(BSDT | | B|Q|L(QL|]|L S 3
alalolalalalo|lo|=2|a
| ||| << ||| <

° XNGX 0906ANN-W 7.2 19.86/19.0(5.88| 1.0 [ 7.6 | 55 | ® °

@ : Standard stock O : Made-to-Order

4 40



Milling Inserts M i I I i ng

HN..0906..
Negative hexagonal milling inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
clo[w[a[g[e[e]e]en
Dimension (mm) M
o223 ¥ x| = Q
Insert shape Product code IC S RE | BS | D1 § % = § = E Slwel2|Q
alalolalalalolo|=2a
<|<|<|<|<|<|<|<|=| <
6 HNGX 0906ANN-MR6 165 | 635 | 10 | 11 | 486 | @ e 0 |e|e °
6 HNMX 0906ANN-MM4 165 | 635 | 10 | 11 | 486 | ® e 0je|e °
Q HNMX 090612-MM4 165 | 635 | 1.2 - | 486 | @ e/ 0| e e °

@ : Standard stock O : Made-to-Order

ON..0504..
Negative octagonal milling inserts

UL ° ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
s S B H B B o0 0 e ¥
Dimension (mm) M
Slola|Z|Z|¥|x|x|5|g
Insert shape Product code L|IC| S |RE(BS|Dl|9|9| W 5 Q E S = Q
alalolalalalo|lo]|2|a
|| || <[ || << | <
ONHU 050408-MM3 49 127 | 476 | 0.8 - 4Lt | @
ONMU 050408-MM4 49 1127 | 476 | 08 - 4t | @ | @ e o | o
g ONHU 0504ZNR-MM3 50 | 127 | 476 | 08 | 14 | 44 | O °

® : Standard stock O : Made-to-Order

411 b



M i "ing Milling Inserts

ON..0504..
Cast iron finish milling cutter roughing inserts

=
® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
s (ALK IE A KA RE AK
Dimension (mm) M H
OD|D|la|= % X ¥|X|g|lZT
Product code L |INSL[IC | S |RE|Dl |©|w|Lfo|Q n|lQ|L|Q|w
alalolalalalo|lo|ala
| ||| << <[ << || <
ONHF 050408-MM3 49 | - 127 |476| 08 | 25 °

LN..1204..
Cast iron finish milling cutter finishing inserts
———
{ } ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
] O W@ X |[e|e|e x|
Dimension (mm) M H
2(2|a|Z|3|¥|¥|¥|g|T
Insert shape Product code WI(INSL| IC | § [RE D1 ||| L Q|0 QL|Q|w
ol oola)lalal0|lo|la| o
| < || <|<|<| <[ <|<| <
ﬂ LNHQ 120408FN-W 476 127 | - | 94 | 08 | 44 °

LN..1504..
Cast iron finish milling cutter finishing inserts

INSL
D1

® Good Conditions @ General Conditions

Machining conditions # Bad Conditions
(AN A AN AR AR AR NN NE AN
Dimension (mm) M H
2|12|a|Z % X X|X| oI
Insert shape Product code WIT([INSL| IC | S [RE(Dl |||l [8|Q|R(3|L|Q|w
o o Q [a o ol OO (a1 o
||| ||| <[ | <
o °

a LNHQ 150416FN-W 476 |1coog - | 925| 16 | 44

@ : Standard stock O : Made-to-Order

4 12



Milling Inserts M i I I i ng

AO..0602..
Positive square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
(A A AN AE 2R BN NN NE NN
Dimension (mm) M H
OD|D|lal|= % ¥|x|x|g|I
Insert shape Product code L |W1| S [RE|BS|D1|AN E % I % Q E § E’ S o
alaloladldlald|lo|ala
| || || << < | <
g AOMT 060204ER-MM3 58 | 41245/ 04|09 |20|15°| ® L ) °
AOMT 060208ER-MM3 58 | 41245/ 08| 05|20 |15°| @ e | o °

® : Standard stock O : Made-to-Order

AO..10T3..
Positive square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o O O G| % | 0o|0o|0|%|0e
Dimension (mm) M H
2|2|a > g X ¥XIX|g|ZT
Insert shape Product code L |W1| S |RE|BS|D1[AN|w|©|®© ﬁ S 5 § E < E
o [a Q [a o a|lo|l o o [a
||| | << << << | <
AOMT 10T308ER-MM4& 93 /685(383|08|15|30|15°| ® [ ] e | o
@ AOMT 10T316ER-MM4 9.3 (6.85(3.83|1.6| 12|30 |15° o0 °
AOMT 10T331ER-MM4& 9.4 |685|3.83| 3.1 - [30]15° (@] [ )

® : Standard stock O : Made-to-Order

413 p



M i "ing Milling Inserts

AO..1204..
Positive square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o | O | B|0o|0o 0|0 |0
Dimension (mm) M
S|(oflal|= c% ¥|x|x[Z|an
Insert shape Product code L |W1|[ S |RE|BS|D1|AN E 5 E 5 Q (E § § S §
alalolalalalo|lo|=2|a
| || ||| < | <
'ﬁi AOHT 120408ER-FM2 11.3/8.15/5.07| 0.8 | 1.5 | 3.9 | 15° °
—
AOHT 120404ER-MM3 11.3|8.15/5.07| 0.4 | 1.9 |39 | 15° | ® L ) °
g AOHT 120408ER-MM3 113/815/507| 0.8 | 15 |39 | 15° | @ olole .
AOMT 120408ER-MM3 11.3|8.15/5.07| 08 | 1.4 |39 | 15° | ® L ) °
AOMT 120404ER-MM4& 115(8.15(5.07| 0.4 | 19 |39 |15° | @ o o o °
AOMT 120408ER-MM4 115|8.15/507| 08 | 15|39 |15°| ® | ® L ) °
AOMT 120412ER-MM4 115|8.15|5.07| 1.2 | 1.2 | 3.9 | 15° o0 °
@ AOMT 120416ER-MM4 11.38.15|5.07| 1.6 | 1.2 | 3.9 | 15° L ) °
AOMT 120420ER-MM4 11.2|8.15/507| 20 | 1.0 |39 | 15° | ® oo °
AOMT 120424ER-MM4& 11.0|8.15|5.07| 24| 09|39 | 15°| ® [ 2RI ] [ ]
AOMT 120431ER-MM4 10.9/8.15/5.07| 31|06 |39 |15°| @ o0 °
AOMT 120440ER-MM4 10.6(8.15(5.07| 40 | 0.8 | 3.9 | 15° o | o °
@ : Standard stock O : Made-to-Order
AP..1003..

Positive square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions & Bad Conditions
(A I I I AN
Dimension (mm) M

°
£ g
°

I

Insert shape Product code L |W1| S |RE|BS|D1|AN

AC251P
AP351M
AP403M
AP251K
AC301K
AC151K
® | AP403S
AP151H

® | AP251U
® | AP351U

g APKT 1003PDER-IT 10.8|6.66| 38 | 0.8 | 1.1 |28 | 11°

@ : Standard stock O : Made-to-Order

4 414



Milling Inserts M i I I i ng

AP..1135..
Positive square shoulder milling cutter inserts

w1

8 ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o O O O % o0 0|0 0
Dimension (mm) M N|H
S|ola|Z|Z|x|x (x|
Insert shape Product code L |W1| S |RE|BSID1[AN|w | |w|0 Q| L|Q|w = ©
alaloladlalaldlo|=|a
| ||| << << << || <
-~ APMT 1135PDER 971626/35|/08[12|28|11°|® | ® ° ° °
APMT 113508PDER 97 1617/35|/08|08(|29|11°|® | ®
@ : Standard stock O : Made-to-Order
AP..1604..

Positive square shoulder milling cutter inserts

j ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o O 0 O 8 o0 0|0 0
Dimension (mm) M N|H
D|2|a(Z|Z|¥|x|x = =
Insert shape Product code L|W1| S |RE[BS|DI|AN| |8 0| b|Q|v|g|(w|S|w
alalolalalalolol=2]a
| ||| << <[ << || <
APMT 1604PDER 147]937|517|08 |15 |44 [11°| @ | @ | @ | @ ° °
;)
APHT 1604PDER -FM2 14.7|9.35(517| 08 | 1.4 | 4.4 | 11° )
sy
@ : Standard stock O : Made-to-Order
AP..1705..

Positive square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o ® O W B|0o|0o|0|0 0
Dimension (mm) M N|H
S|ola|Z (T |¥|x|¥|S|T
Insert shape Product code L|{W1| S |RE[BS|DI|ANfWw v w|L|Q|L| Q|L = )
ala|lolalalalo|lo|=2]a
|| | | €| << << | <
@ APKT 1705PER-DT 16.5/10.76/5.63| 0.8 | 22 | 44 |11°| ®@ | ® | O e | o
APKT 170516R-DT 16.8|10.74|5.63| 1.6 | 1.7 | 44 | 11°| ® °

@ : Standard stock O : Made-to-Order

415 p



M i "ing Milling Inserts

TD..1505..
Positive square shoulder milling cutter inserts

S

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
O (O (6 B (o o 0 e ¥
Dimension (mm) M
o223 ¥|x|x = @
Insert shape Product code L|(IC|S |RE[BS|D1|AN E ﬁ 3 5 S (E Qe |2 S
alalolalalalolol=2]a
| ||| ||| < | <
£ TDHT 150508R-FM2 15.4|11.4|556| 0.8 | 1.6 | 4.4 | 15° ([ ]
i)
ﬁ TDMT 150508R-MM3 15.1(11.4|556| 0.8 | 1.5 | 44 | 15° | ® oo
TDHT 150508R-MM3 15.1(11.4(556| 08 | 1.5 | 44 | 15° | @ e o | o )
TDMT 150508R-MM4 151(11.4| 56 |08 | 15| 44 |15°| @ e o o o o
TDHT 150508R-MM4 151(11.4( 56 |08 | 15|44 |15°| @ | @ [ I )
TDMT 150512R-MM4 15.0(11.4( 56 |12 |10 | 44 |15°| @ e o o | O
TDMT 150516R-MM4 14911456 | 1.6 |09 | 44 |15°| @ e o o | O
TDMT 150520R-MM4 147114 5.6 | 20 | 0.7 | 4.4 | 15° [
TDMT 150524R-MM4& 146|114 56 | 24 | 0.6 | 44 | 15° °
TDMT 150531R-MM4 141|11.4|556| 3.1 | 0.4 | 44 | 15° [ ]
TDMT 150540R-MM4 13.4|11.4|556| 40 | 0.4 | 44 | 15° [

@ : Standard stock O : Made-to-Order

S0..1204..
Positive square shoulder milling cutter inserts

o
| ey
KJ ® Good Conditions @ General Conditions
2 ) Machining conditions # Bad Conditions
e || % o O O O B (o0 e | ¥ o
Dimension (mm) M H
OD|(D|a|= % X | X | X Q T
Insert shape Product code IC| S [RE|BS|D1|AN|®|9|WY % Q E el §
alalolalalalo|lo|ala
|| || < || << | <
'(’ : SOMT 120408PDER-MM4 1246 48 | 08 | 1.3 | 46 | 15° | ® o o 0 o )
EE

@ : Standard stock O : Made-to-Order

4 16



LN..0904..

Negative square shoulder milling cutter inserts

Milling Inserts M i I I i ng

77)“ g ® Good Conditions @ General Conditions
g Machining conditions # Bad Conditions
s (BN RN RN BRE. A BEREEEEEE 1
Dimension (mm) M
o223 ¥|x|x 2o
Insert shape Product code INSLfW1| S | RE | BS | D1 E ﬁ E 5 Q (E § b|S §
ala|loldldla|dlo|=2]a
| ||| ||| < | <
g LNHU 090404ER-FM2 9 | 45 | 75| 04 | 1.7 | 35 °
|
n LNHU 090404ER-MM3 9 | 45 | 75| 04 | 1.7 | 35 ° °
n LNHU 090404ER-MM4 9 | 45| 75|04 |17 |35 |@ oo
LNHU 090408ER-MM4 9 | 45| 75|08 |14 |35 | e oo o
LNHU 090404ER-MR2 9 | 45| 75|04 |17 |35|@ | @ e oo
LNHU 090408ER-MR2 9 | 45 |745| 08 | 14 | 35 | @ ° oo 0|0
n LNHU 090412ER-MR2 9 | 45| 74|12 |10 |35 | @ ° °
LNHU 090416ER-MR2 9 | 45 |735| 16 |065| 35 | @ ° °
LNHU 090420ER-MR2 9 | 45|73 |20 (02|35 |e ° °
n LNHU 0904PDER-W 9 | 45 | 748 | 04 | 36 |35 | @ °

@ : Standard stock O : Made-to-Order

417 b




M i "ing Milling Inserts

LN..1306..

Negative square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
co[0[a[n[e[e[e[en
Dimension (mm) M
o[22 |23 | ¥ x| = @
Insert shape Product code INSLfW1 [ S | RE|BS |D1[9|8|Y % S 5 Q| e = Q
alad|oladlalalaolol=2|a
| << |<|<|<|<|<|=| <
‘d | LNHU 130608ER-FM2 13 | 68 | 101 | 08 | 25 | 45 )
ifO‘
n LNHU 130608ER-MM3 13 | 68 |101| 08 | 25 | 45 °
n LNHU 130608ER-MM4& 13 | 68 |10.15| 08 | 25 | 45 | ® e o o
LNHU 130608ER-MR2 13 | 68 [1015/ 08 | 25 |45 | ® [ @ | @ o o o o
LNHU 130612ER-MR2 13 | 68 |1009| 1.2 | 21 | 45 | @ | @ e | o | o
LNHU 130616ER-MR2 13 | 68 |1004| 16 | 18 | 45 | ® | @ e | o | o
LNHU 130620ER-MR2 13 | 68 |998| 20 | 14 | 45 | @ | @ [ ) ®
LNHU 130624ER-MR2 13 | 68 [ 993 | 24 | 09 | 45 [ ) )
LNHU 130631ER-MR2 13 | 68 | 984| 31 | 03 | 45 [ ) )
n LNHU 1306PDR-W 13 | 6.8 (1008 09 | 52 | 45 | ® .

LN..1607..

Negative square shoulder milling cutter inserts

@ : Standard stock O : Made-to-Order

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
MK I I IE A KA AR AL
Dimension (mm) M
o223 ¥ x| = Q
Insert shape Product code INSLf{W1 | S | RE | BS | D1 § % = % 3 5 S| = Q
alalolalalalolol=2]a
|| ||| <[ <[ << | <
n LNHU 160708ER-MR2 6 | 72 | 13 |08 |19 |54 | @ | @ o oo
LNHU 160716ER-MR2 6 | 72 | 13 | 16 | 1.5 | 54 | @ °

4 418

@ : Standard stock O : Made-to-Order



Milling Inserts M i I I i ng

WN..0403..
Negative square shoulder milling cutter inserts

8 ® Good Conditions @ General Conditions

I % Machining conditions # Bad Conditions
s ] o 0 W @ | o000 |o0
Dimension (mm) M N|H
S|2|a|(Z|3|¥|x|x = =
Insert shape Product code INSL| IC [ S [ RE | BS | D1 E % o 5 S E § E’ 2o
alalolalalalo|lo]| 2 o
| ||| << << | <

a WNGU 040308R-MM4 77 | 67 | 38|08 | 04|30]|@ o oo

® : Standard stock O : Made-to-Order

WN..0806..
Negative square shoulder milling cutter inserts

D1

INSL

I ® Good Conditions @ General Conditions
l Machining conditions # Bad Conditions
[ s | o 0 W O B |eo|0|eo]|e|e
Dimension (mm) M N|H
S|ola|Z|3|x|x|x ==
Insert shape Product code INSL| IC [ S |[RE[BS|Dl | |L(RlolQQ|g|L = ©
alaclolad|lalala|lo|2|a
<|l<|<|<|<|<|<|<|=|<
° WNMU 080608R-MM3 145|125 | 658 | 08 | 22 | 44 | ® ole|le|e
WNMU 080608R-MM4& 1451125658 | 08 | 22 | 44 |® | O @@ © @ @& O
g WNMU 080612R-MM4 143|125 | 647| 12 | 12 | 44 | ® oo o
WNMU 080616R-MM4& 143 | 125|650| 1.6 | 08 | 44 | ® e o o
WNMU 080608R-MR2 1451125 |660| 08 | 22 | 44 | ® | O e o e O
‘ WNMU 080612R-MR2 143 125|647 | 1.2 | 12 | 44 | @ e o |0
WNMU 080616R-MR2 143125650 | 1.6 | 08 | 44 | ® [ ) °

® : Standard stock O : Made-to-Order

419 p



M i "ing Milling Inserts

WN..0806..

Negative square shoulder milling cutter inserts

® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o O |0 || o0 0|0 |0
Dimension (mm) M N|H
Dol || |x|x (x|
Insert shape Product code INSL| IC [ S [ RE | BS | D1 E % o % = § § E’ 2o
< | <|<|<|<|<|<|<|=|<
A WNHU 080608R-FM2 145|125 | 646 | 08 | 20 | 44 °
£\
é WNGU 080604R-MM3 14.6 | 125 | 6.44 | 0.4 | 2.2 | 44 [}
WNGU 080608R-MM3 145|125 |645| 08 | 20 | 44 | @ | @ e | e )
WNGU 080604R-MM4 146 | 125 | 644 | 04 | 22 | 44 | ©® | @ [
é WNGU 080608R-MM4 146 | 125|644 | 08 | 20 | 44 | @ | @ | @ o oo °
WNGU 080612R-MM4 143 | 125 | 6.44 | 1.2 16 | 44 | @ | @
WNGU 080616R-MM4 142|125 | 644 | 16 | 12 | 44 | @ | @
WNGU 080608R-MR2 145|125 | 646 | 08 | 20 | 44 | ® oo |00
é WNGU 080612R-MR2 143|125 646 | 12 | 16 | 44 | ® . o
WNGU 080616R-MR2 142 | 125 | 6.46 | 1.6 12 | 44 | @ [ [ ]
6 WNHX 0806ZZR-W 144|125 | 6.47 | 1.1 47 | 44 | @ [ ]
@ : Standard stock O : Made-to-Order
LN..1206..
Square shoulder milling inserts
W1
@ 3 s o
20 ® Good Conditions @ General Conditions
— Machining conditions # Bad Conditions
es[] % cjo[o[o[g[e[ee[xg]e
Dimension (mm) M H
ol2|a|Z|Z|¥|x|%|q|T
Insert shape Product code INSLLW1| S |RE|BS D1 |2 |22 (5|2 (g|2(2|®
ala|lolalad|lald|lo|ala
<|l<|<|<|<|<|<|<|<]|<
ﬁ LNET 1206-MM4 127 | 635(123| 08 | 1.7 | 44 | ® ) ) ° o

4 420

@ : Standard stock

O : Made-to-Order



Milling Inserts M i I I i ng

XD..0904..
Positive high feed milling inserts

W

7
\\ ‘) T 5 ® Good Conditions @ General Conditions
= Machining conditions # Bad Conditions
8 % . IR
Dimension (mm) M H
S|ola|Z|Z|¥|¥|¥|g|T
Insert shape Product code IC| S |RE[BS|[DI|AN || oS0 Q|0
ol Oolaalalalo|lo|lala
<|<|<|<|<|<|<|<|<|<
a XDLT 090408ER-MM3 9525 476 | 08 | 13 | 39 | 15° |@ | ® | ® . o
e XDMW 090408ER-HR2 9.506| 476 | 08 | 1.6 | 39 | 15° ole

@ : Standard stock O : Made-to-Order
XD..1205..
Positive high feed milling inserts

3
¢

N \) Nl i ® Good Conditions @ General Conditions
: Machining conditions # Bad Conditions
Bs & . oW O O R|(o|0o 0| %o
Dimension (mm) M H
D|D|lal|= % AR A
Insert shape Product code IC| S |RE[BS|D1|AN Q|0 |b|o|ow|o|b|o]w
o o (@] o o [a Q Q o o
| | ||| << << || <
XDLT 120508ER-MM3 127 | 556 | 08 | 22 | 44 | 15° (@ | ® | @ O|le| e | e | @

XDLT 120512ER-MM3 127 | 556 | 1.2 | 22 | 44 | 15°

a XDMW 120508ER-HR2 127|556 | 08 | 25 | 44 | 15° | ® ol e

@ : Standard stock O : Made-to-Order

421 )



M i "ing Milling Inserts

LN..0604..

Negative high feed milling inserts

g
2

Machining conditions

® Good Conditions @ General Conditions
# Bad Conditions

c[w|ja[a[e[e[o]e[x]e

Dimension (mm) M H

o223 |x|¥|¥|g|T

Insert shape Product code INSL | W1 S RE | D1 |29 |2 (2|2 (R2|8|2(Q|w
oalajlOolala|lalO|lOo|la|a

<|l<|<|<|<|<|<|[<|<| <

LNMX 060410ER-MM3 10 635 | 36 1.0 3 oo ° L)

LNMX 060410ER-MM4& 10 635 | 36 1.0 3 ®e|® | O o L)

LNMX 060410ER-MM4N 10 635 | 36 1.0 3 e o ° ° o | o

LN..1005..

Negative high feed milling inserts

&

n
INSL
|
%f\
:
I
D1

@® : Standard stock O : Made-to-Order

Machining conditions

® Good Conditions @ General Conditions
# Bad Conditions

Dimension (mm)

I|e

(EE BN EE NE ZEC R N N
M

Insert shape

Product code

INSL

W1

RE

D1

AC251P
AP251K
AC301K
AC151K

LNMX 100512ER-MM3

9.2

4.55

1.2

421

® | AP251U
® | AP351U
® | AP351M
® | AP403M
® | AP403S
® | AP151H

LNMX 100512ER-MM4

9.2

4.55

1.2

4.21

4 422

@® : Standard stock O : Made-to-Order



Milling Inserts M i I I i ng

RPM ..
Profile milling inserts

!

4 HHH
= HR| ® Good Conditions @ General Conditions
7 o
//// Machining conditions # Bad Conditions
ﬂ e O 0| @ n|e]e|een
Dimension (mm) M
o223 ¥ x| = Q
Insert shape Product code INSL | W1 S RE | D1 [y |2|g|l2lelgl=e|S|
alaloladlalalo|lo|2|a
|l | || | << << || <
RPM 080ER-MM4 1477 | 6.9 32 8.2 29 | @ L) °
@ RPM 100ER-MM4 1885 | 863 | 39 | 103 | 35 | ® o0 o
RPM 160ER-MM4 2954 | 12.68 | 6.2 16.4 4.6 oO| ®

@ : Standard stock O : Made-to-Order

RO..0803..
Profile milling inserts

9

&

"2 ® Good Conditions @ General Conditions

Machining conditions # Bad Conditions
(B IE AR AR AL

Dimension (mm) M
212|215 2|£1E(8|8
Insert shape Product code INSL| IC | S [RE[D1|AN|g |||l |R(Q|e|2|Q
olajlolalalalOf O ; o
|| || <[ || << | <
(a ROHT 0803MOE-MM3 8 8 |318| - | 34 | 15° ° o
@? ROHT 0803M4E-MM3 8 8 |318| - | 34 | 15° ° o

@ : Standard stock O : Made-to-Order

RO..10T3..
Profile milling inserts

&6\>/
@) 7#, i FI ® Good Conditions @ General Conditions

7 d

ﬁ Machining conditions # Bad Conditions
s AL IE AR KA A RE

Dimension (mm) M
S|ola|Z|Z|x|x|x|35(g
Insert shape Product code INSL| IC [ S [RE (D1 |AN | |20 QlL|lw|g|L = Q
alae|lolaladlaldlo|3]a
<|<|<|<|<|<|<|[<|=| <
é ROHT 10T3M8E-MM3 10 | 10 |397| - | 34 | 11° ° °
/(”“? ROMT 10T3M4E-MR6 10 | 10 |397| - | 34| 11° o o o

@ : Standard stock O : Made-to-Order

423 p



M i "ing Milling Inserts

RO..1204..
Profile milling inserts

2 ‘ ® Good Conditions @ General Conditions
&y Machining conditions # Bad Conditions
8| 0 B | X|0o |0 |0 |0 | X
Dimension (mm) M
D2 (2| |¥|x|x = 9
Insert shape Product code INSL| IC | S [RE|D1|AN|g |0 || v|lQ|R(g|e(2|Q
alalolalalalo|lo|2|a
| ||| << << || <
2 ROHT 1204M4E-MM3 12 | 12 | 476 | - 44 | 11° ® [
ROHT 1204M6E-MM3 12 | 12 | 476 | - 44 | 11° ° °
/(?‘d: ROMT 1204M6E-MR6 12 | 12 | 476 - 44 | 11° | O [ [

@ : Standard stock O : Made-to-Order

RO..1605..
Profile milling inserts

%

Z ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o B O 6| 8 o 0 0 0 |3
Dimension (mm) M
o|2|a|Z|3|¢|¥|x = Q
Insert shape Product code INSL| IC [ S | RE| D1 |AN || B|0|©lQ |3 |w 2 <
alaloladlalalolo|2|a
||| | < || << | <
@ ROHT 1605M8E-MM3 16 | 16 |556| - | 55 | 11° ° .
/réj\ ROMT 1605M6E-MR6 16 | 16 |556| - |55 |11 o . .

@ : Standard stock O : Made-to-Order

RO..2006..
Profile milling inserts

&

2 ® Good Conditions @ General Conditions
Machining conditions # Bad Conditions
o 6| 6O 6| % | 0|00 |0 |
Dimension (mm) M
S|ola|Z|Z | x|x|S5|g
Insert shape Product code INSL| IC [ S | RE| D1 |AN || B|0|Ll2| |3 |w = <
alalolalalalo|o|2|a
| <[ ||| || 1| <
@ ROHT 2006M8E-MM3 20 | 20 |635] - | 65 | 11° ° .
/(%éf ROMT 2006M8E-MR6 20 | 20 |635| - | 65| 11° ° o o

@ : Standard stock O : Made-to-Order

4 424





