INDEXABLE MILLING
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o | |9 o0 g | 3
o
E E EE 2100 a o
o
Steel  Stai - i N / ° Pyt 6 D
inless Steel Cast Iron Heat ResistantAlloy Hardened Steel R o= S E
o N e = o, &
@ 13° and 15° positive “ - = Bocs o
inserts. pc beeel < AAQQAJE;;
[ ) High rigidity double DCX Right hand tool holderonly. ___DCX |
clamp structure. Set Bolt MBA20040H
@ Suitable for high feed 5c10030m MO x 15 @ M20x28
machining. o Bl 8 HHE=
©® With through coolant e BT J 4
holes. ° 4 MBA2401T75H *
® Special insert design  HSC16040H Mi6x20 M24 x 3.0
with 3 cutting edges. I Bl §[ =3
AJX09  AJX12  AJX14 20 45
WARBOR TYPE G\ s GAMF -5'—4* GAMF -5 14 56 (L -
<5 &
Q s|e Dimensions(mm) *3 §
2| Order Number |®| S wr ] [
= 13 (k9)
E Clamp |Clamp (Clamp Bidge| < ¢
R|[=|DCX| DC |LF|DCON|CBDPDAH| BD [KWW,| L8 |DCCB gamp Bridgg Qo ¥l Spring| Wrench
AJX12-050A03R (@ | 3 | 50| 38.3|50(22 |20 11| 47/10.4 | 6.3 17 0.4 AJS40
TS43 |AMS4 (571 s| ASS2 |OTK1ET
R05003B |®| 3| 50| 38.3 |50(22.225/ 19 (11| 47| 8.4 |5 |17 |0.4
5 |AJX14-063A03R | @ [ 3| 63| 51.1|50(22 |20 |11/ 60| 104 | 6.3 17 [0.7 LSC100
§ R06303B |®| 3| 63| 51.1|50(22.225/ 19 (11| 60| 8.4 |5 |17 |0.7 30H
(2
3 R08004D |®| 4| 80| 68.1|63|31.75 |32 (17| 76(12.7| 8 | 26 |1.3
8 TS54 | AMSS |7y 95| ASS3 @TkrzeT HSCTE0
R10005D |®|5|100| 88.1 |63 |31.75 |32 (17| 96(12.7| 8 | 26 |2.4
R12505E | @5 [125/113.2 |63 (38.1 |40 | — |100{159 10 |56 |3.3 MBA200
R16006F |® |6 [160148.2 [63|50.8 |43 | — |100{19.1 11 |72 |5.0 MBA240
AJX12-050A04R |® | 4 | 50| 38.3 |50(22 |20 [11| 47|10.4 | 6.3) 17 [0.4
TS43 | AMS4 49510 Ass2 |rrtsT| TG
R05004B |®| 4| 50| 38.3 |5022.225/ 19 (11| 47| 84 |5 |17 |0.4
AJX14-063A04R |® | 4 | 63| 51.1 |50(22 |20 11| 60|10.4 | 6.3 17 (0.7 HSC100
<
2 R06304B |®| 4| 63| 51.1|50(22.225/ 19 (11| 60| 8.4 |5 |17 |0.7 30H
2 R08005D |®| 5| 80| 68.1(63|31.75 |32 (17| 76(12.7| 8 |26 |1.3
i Ts54 | AMSS | {4 Ta0 ASSS [@T0sT| TSSO
R10006D |® |6 [100| 88.1 |63 |31.75 |32 (17| 96(12.7 | 8 | 26 |2.4
R12507E | @7 [125/113.2 63381 |40 | — |100{159 10 |56 |3.3 MBA200
R16008F |® |8 [160148.2 [63|50.8 |43 | — |100{19.1 11 |72 |5.0 MEQ40
AJX09-050A05R |® | 5| 50| 40 |50(22 |20 |11| 47|10.4| 6.3 17 [0.5
TS351| AMS3 o0 Ass2 (@rkrion| 5ot
§ R05005B |®| 5| 50| 40 |50(22.225/ 19 (11| 47| 8.4 |5 |17 |0.5
E AJX12-063A05R (@ | 5| 63| 51.3 5022 |20 11| 60/10.4 | 6.3 17 0.9 HSC100
= R06305B |®| 5| 63| 51.3|50(22.225/ 19 |11| 60| 8.4 |5 |17 0.9 AJS40 30H | Jom:
£ TS43 |AMS4 | 5715  ASS2 [TKVIST
s R08006D |®|6 | 80| 68.3 |63|31.75 |32 (17| 76(12.7| 8 | 26 |1.7 HSC160|ZD R
R10007D |®| 7 [100| 88.3 [63|31.75 |32 (17| 96(12.7| 8 | 26 |2.9 40H

*1 Clamp Torque (N « m) : TS351=2.5, TS43=3.5, TS54=7.5, AJS3010T10=2.5, AJS4012T15=3.5, AJS5014T25=7.5
*2 Refer to page L091 for the max. depth of cut APMX and maximum drilling depth AZ.
*3 WT : Tool Weight

@ : Inventory maintained in Japan.

L0884



Set Bolt HSC16040H M16 x 2.0
HSC10030H M10 x 1.5 < Ble=—
© N rern g o
[SYR & 30 40
6 40 14, 56
(__For metric arbor )  hsc1zo3sH MBA20040H 120 25
. . M12 x 1.75 1 :
The cutter bore diameter DCON is QT Tre— | M=y
indicated in millimetre. s 35 S 4-
AJX09  AJX12 AJX14 10 a7 A s

GAMP :+8° GAMP :+8° GAMP  :+8°

[WARBOR TYPE  GAMF -6° GAMF -5°—-4° GAMF :-3°

= *1 *1 D @
x [°3
@ sl Dimensions(mm) *3§ @ § §%
2| Order Number |?| S wr &
" £ o Cl ClamplCl
g am lamp |Clamp Bridge :
R|S[DCX| DC | LF [DCON|CBDP|DAH BD [KWW| L8 DCCB gamp Bridgg @ o | Spring | Wrench
AJX12-050A03R |®@| 3| 50| 38.3|50 |22 | 20 |11| 47|10.4(6.3| 17 |0.4 AJS4D
Ts43 | AMs4 {210 ASS2 (@TKY 18T
S| AJx14-063003R [@ [ 3| 63| 51150 [ 22| 20 [11] 60[10.4/6.3] 17 [0.7
o
9 -080A04R (@ | 4| 80| 68.1] 50 | 27 | 23 | 13| 76|12.4|7.0| 19 |1.2
S -100A05R | @ [ 5| 100 | 88.1|63 | 32 | 26 |17| 96|14.4(8.0| 26 [2.4[TS54 |AMSS {1300 | ASS3 [OrkYasT
-125B05R [® | 5 | 125 |113.2| 63 | 40 | 40 | — | 100 |16.4/9.0| 56 |3.3
-160B06R |® | 6 | 160 |148.2| 63 | 40 | 40 | — | 100 |16.4/9.0| 56 |5.0
AJX12-050A04R |@| 4| 50 | 38.3|50 |22 | 20 |11| 47|10.4(6.3| 17 |0.4 HS G100
-080A06R | @ [ 6| 80 | 68.3| 50 | 27 | 23 [13| 76(12.47.0| 19 [1.2[Ts4a3 |AMSa |f5T40| AsS2 [@rkyisT| gl
-100A07R [@®| 7| 100 | 88.3| 63 | 32 | 26 | 17| 96|14.4/8.0| 26 |2.6 HS G160
Ny
£ [ AJX14-063A04R |@ [ 4 [ 63 | 51.1|50 |22 | 20 |11| 60|10.4/6.3| 17 |07 H§ G100
2 -080A05R (@ | 5| 80| 68.1|50 | 27 | 23 | 13| 76(12.4|7.0| 19 |1.2 HS G120
[
-100A06R | @ [ 6| 100 | 88.1|63 | 32 | 26 |17| 96(14.4/8.0| 26 [2.4[TS54 |AMSS |1 To0| ASS3 |@TkYaST|HSG1E°
125B07R [ @ | 7 | 125 [113.2| 63 | 40 | 40 | — | 100 |16.4/9.0| 56 |3.3 VBA200
-160BOSR @ | 8 | 160 |148.2| 63 | 40 | 40 | — | 100 |16.4/9.0| 56 |5.0 40H
AJX09-050A05R [@| 5| 50| 40 |50 |22 |20 |11| 47|10.4(6.3| 17 |0.4
5 Ts351| AMS3 49530 | Ass2 foTkyiap| TSC10
‘s | AUx12-063A05R [@ [ 5| 63 | 51.3(50 | 22| 20 [11] 60(10.4/6.3] 17 |0.7
b TS43 |AMS4 |49>10| ASS2 (@rkrist| 5000
%1 Clamp Torque (N * m) : TS351=2.5, TS43=3.5, TS54=7.5, AJS3010T10=2.5, AJS4012T15=3.5, AJS5014T25=7.5
*2 Refer to page L091 for the max. depth of cut APMX and maximum drilling depth AZ.
*3 WT : Tool Weight
SPARE PARTS > P001

TECHNICAL DATA >qoo1 LO85




MILLING

L086

INDEXABLE MILLING

P 2
: -
263
SHANK TYPE Right hand tool holder only.
5|8 . L)
é Order Number f% Pmensions(mm)
R|5| pcx [pcon| pc | LF | v | B2 (Slamp g'rﬁifgg Clamp BidGe | Spring | Wrench | Insert
5 AJX06R162SA16SS |e@|2| 16 | 16 | 89| 70 | 20 |3°30'|Ts25 | — - — | OTKYOSF | oy 67215
Z 172SA16SS |@(2]| 17 | 16 | 99| 70| 20 | — |TS25 | — - — | @TKvosF | ZZ-R5
AJX06R162SA16S |e@|2]| 16 | 16 | 89| 110 | 30 |2°15'|1s25 | — - — | @TkvosF
172SA16S |e|2]| 17 | 16 | 99| 110 | 20 | — |Ts25 | — — — | @TKvosF| JOM::
203SA20S |®|3| 20 | 20 [129| 130 | 50 |1°18'[Ts25 | — - — | @TKYosF zgsTR215
223SA20S |@(3]| 22 | 20 | 149|130 | 30 | — |Ts25 | — - — | @TKvosF
AJX08R202SA20S |e@|2]| 20 | 20 |11.4 | 130 | 50 |1°20"|1S33 | — - — | @tkvosD
222SA20S |e|2| 22 | 20 | 134|130 | 30 | — |[Ts33 | — - — |@tkvosD| JOM::
253SA25S |@|3| 25 | 25 | 16.4 | 140 | 60 |1°06'[TS33 | — - — | @tkvosD ngolészo
283SA25S |e|3| 28 | 25 |19.4 | 140 | 40 | — |1s33 | — — — | @rkvosp
AJX09R252SA25S |@|2| 25 | 25 | 14.9 | 140 | 60 |1°06' |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
282SA25S |e|2| 28 | 25 | 17.9| 140 | 40 | — |TS351|AMS3|AJS3010T10| ASS2 | @TKY10D
§ 303SA32S |@[3]| 30 | 32 |20.0| 150 | 70 |1°48'[TS351| AMS3 |AJS3010T10| ASS2 | @TKY10D
2
g 323SA32S |e|3| 32 | 32 |21.9| 150 | 70 |0°56' |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
353SA32S |@[3]| 35 | 32 | 249|150 | 50 | — |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
404SA32S |e@|4| 40 | 32 |29.9| 150 | 50 | — [TS351|AMS3|AJS3010T10| ASS2 | @TKY10D
404SA42S |e@|4| 40 | 42 | 29.9 | 150 | 70 |1°48' |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
AJX12R302SA32S [e@|2]| 30 | 32 |18.3 | 150 | 70 |1°48' [TS407|AMS4 |AJS4012T15| ASS2 | @TKY15D
322SA32S |e|2| 32 | 32 [ 203 | 150 | 70 |0°58'[TS43 |AMS4 |AJS4012T15| ASS2 | @TKY15D
352SA32S |e|2| 35 | 32 | 233|150 | 50 | — |TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
403SA32S |e|3]| 40 | 32 | 283 | 150 | 50 | — |TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
403SA42S |@|3]| 40 | 42 | 283 | 150 | 70 |1°48'|TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
AJX14R503SA42S [@|3| 50 | 42 |382 | 150 | 50 | — |TS54 |AMS5|AJS5014T25| ASS3 | @TKY25D | 1oy 145 -
634SA42S |e|4| 63 | 42 | 511|150 | 50 | — |TS54 |AMS5|AJS5014T25| ASS3 |@TKy2sD | ZD-Ree

AJS5014T25=7.5

@ : Inventory maintained in Japan.

*2 Refer to page L091 for the max. depth of cut APMX(max), and maximum drilling depth AZ.

%1 Clamp Torque (N » m) : TS25=1.0, TS33=1.0, TS351=2.5, TS407=3.5, TS43=3.5, TS54=7.5, AJS3010T10=2.5, AJS4012T15=3.5,



e _— 3
é S Nl % ..é Dimensions(mm) § @
'R|E[ bex [ocon| be | L [ tH | B2 cere g'riadfgg Clap 81092 | Spring | Wrench | Insert
AJX06R162SA16L |e[2| 16 | 16 | 89| 150 | 70| 0°56' |[TS25 | — - — | @TKvosF
172SA16L |e@|2| 17 | 16 | 9.9/ 150 | 20| — |T1s25 | — - — | @kvoeF dJGQI_I\2/I15
203SA20L [e@|3| 20 | 20 | 129 180 | 100/ 0°38 [TS25 | — - — | OTKY0sF | 2z R
223SA20L |e@|3| 22 | 20 | 149/ 180 | 30| — |[Ts25 | — - — | @Tkvoer
AJX08R202SA20L |e[2| 20 | 20 | 11.4| 180 | 100| 0°39’ |TS33 | — - — |@tkvosD
222SA20L |e|2| 22 | 20 | 134/ 180 | 30| — |1s33 | — — — |@tkv0sD ()ngo“élﬁé
253SA25L |e@|3| 25 | 25 | 16.4| 200 | 120] 0°32 [TS33 | — - — |@tkvosD| zz7 RS
283SA25L |e@|3| 28 | 25 | 19.4/ 200 | 40| — |1s33 | — — — | @rkvosp
AJX09R252SA25L |e|2]| 25 | 25 | 14.9| 200 | 120 0°32 |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
282SA25L |e@|2| 28 | 25 | 17.9| 200 | 40| — |TS351|AMS3|AJS3010T10| ASS2 | @TKY10D
) 303SA32L |e@|3| 30 | 32 | 20.0| 200 | 120 1°02' |TS351| AMS3 |AJS3010T10| ASS2 | @TKY10D
5
= 323SA32L |e@|3| 32 | 32 | 21.9| 200 | 120] 0°32' |TS351| AMS3 |AJS3010T10| ASS2 | @TKY10D
353SA32L |e@|3| 35 | 32 | 249 200 | 50| — |TS351|AMS3|AJS3010T10| ASS2 | @TKY10D
404SA32L |e|4| 40 | 32 | 299 250 | 50| — |TS351|AMS3|AJS3010T10| ASS2 | @TKY10D
404SA42L |e|4| 40 | 42 | 29.9| 250 | 70| 1°48' |TS351| AMS3|AJS3010T10| ASS2 | @TKY10D
AJX12R302SA32L |e[2] 30 | 32 | 18.3| 200 | 120 1°02' |TS407| AMS4|AJS4012T15| ASS2 | @TKY15D
322SA32L |e@|2| 32 | 32 | 20.3| 200 | 120 0°33' |TS43 |AMS4 |AJS4012T15| ASS2 | @TKY15D
352SA32L |e@|2| 35 | 32 | 233|200 | 50| — |[TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
403SA32L |e|3| 40 | 32 | 283 250 | 50| — |TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
403SA42L |@|[3| 40 | 42 | 28.3| 250 | 70| 1°48' |TS43 | AMS4|AJS4012T15| ASS2 | @TKY25D
AJX14R503SA42L |@|3| 50 | 42 | 38.1| 250 | 50| — |[TS54 |AMS5|AJS5014T25 ASS3 | @TKY25D | o 1ap5 -
634SA42L |e|4| 63 | 42 | 51.1| 250 | 50| — |[TS54 |AMS5|AJS5014T25| ASS3 |@TKY2sD | DR
AJXO06R162SA16EL |®|2| 16 | 16 | 8.9 200 | 100/ 0°38 [TS25 | — - — | OTKYOSF | oy 067ats
172SA16EL |®[2| 17 | 16 0.9/ 200 | 20| — |[rs25 | — = — | @rkvosr | Z-R
AJX08R202SA20EL |e[2| 20 | 20 | 11.4| 250 | 130| 0°30' |TS33 | — - — | @TKYOSD | Jour 0s0320
222SA20EL |®|2]| 22 | 20 | 13.4| 250 | 30| — |[Ts33 | — = — |orkviop| ZRE
2| AJX09R252SA25EL |@|2| 25 | 25 | 14.9 300 | 180 0°22' |TS351| AMS3|AISI0IOTIO| ASS2 | @TKYIOD |y gors - [B
= 282SA25EL (@ |2 28 | 25 | 17.9| 300 | 40| — |[TS351|AMS3|AJS3010T10| ASS2 |@TKY10D| 20 R 3
S| AJX12R302SA32EL |e|2| 30 | 32 | 18.3] 300 | 180 042 |Ts407| AMS4|Ass4012T15| ASS2 |@TKV15D =
322SA32EL |e@|2| 32 | 32 | 20.3| 300 | 180 0°22' |TS43 |AMS4 |AJS4012T15| ASS2 | @TKY15D
352SA32EL |e@|2| 35 | 32 | 233 300 | 50| — |TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
402SA32EL |e|2| 40 | 32 | 283 350 | 50| — |TS43 |AMS4|AJS4012T15| ASS2 | @TKY15D
402SA42EL |e|2| 40 | 42 | 28.3| 350 | 70| 1°48' |TS43 | AMS4|AJS4012T15| ASS2 | @TKY15D

*1 Clamp Torque (N * m) : TS25=1.0, TS33=1.0, TS351=2.5, TS407=3.5, TS43=3.5, TS54=7.5, AJS3010T10=2.5, AJS4012T15=3.5,
AJS5014T25=7.5
*2 Refer to page L091 for the max. depth of cut APMX(max), and maximum drilling depth AZ.

SPARE PARTS > P001
TECHNICAL DATA >ao01  LO87




INDEXABLE MILLING

Fig.1 Fig.2
A CRKS
AZ = T— H H
g o 2 ° MUIOE=y &
a o gk o g = Fig.3
eler~ ——  —
APMX*2 LA . A-Asection
LF L11
OAL
H
[ SCREW-IN TYPE Right hand tool holder only.
3 & 0,2
Dimensions(mm) %3( 2 § §
Order Number wr|= ‘.“f
(kg) § 5
Clamp |Clamp| Clamp Bridge :
DCX|DCON| BD | DC |OAL| LF |L11| H |CRKS| |~|g@mp Bridgg o e ¢ [Spring| Wrench | Insert
AJX06R162AMO0830 16 | 8.5/ 13| 8.9| 48 | 30 10 (M8 |[0.1]1]TS25 - - — | OTKY08F
172AM0830 17 | 8.5/ 13 | 9.9| 48 | 30 10 (M8 |[0.1]1]TS25 - - — | OTKY08F J6Q|_l\g1
067215
203AM1030 20 [10.5| 18 [12.9| 49 | 30 14 |M10]0.1| 3| TS25 - - — | OTKYO8F | zzR-
223AM1030 22 |10.5| 18 |14.9]| 49 | 30 14 |M10]0.1| 3| TS25 = = — | OTKY08F
AJX08R202AM1030 20 |10.5| 18 |11.4| 49 | 30 14 (M10]0.1|2]TS33 - - — | @TKY08D
222AM1030 22 [10.5| 18 [13.4| 49 | 30 14 |M10]0.1|2|TS33 = = — | @TKY08D égo'gzo
253AM1235 25 [12.5| 21 |16.4| 57 | 35 19 [M12{0.1]1]TS33 - - — | DTKY08D |2z R
283AM1235 28 |12.5| 21 |19.4| 57 | 35 19 (M12]/0.1| 1] TS33 = = — | @TKY08D
AJX09R252AM1235 25 |12.5| 21 |14.9| 57 | 35 19 [M12]0.2 TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D

282AM1235
303AM1645
323AM1645
353AM1645
404AM1645
AJX12R302AM1645
322AM1645

28 |12.5| 21 |17.9] 57 | 35
30 (17 | 29 |20.0| 68 | 45
32 (17 |29 |21.9| 68 | 45
35|17 | 29 [24.9| 68 | 45
40 |17 | 29 |29.9| 68 | 45
30 (17 | 29 |18.3| 68 | 45
32 (17 | 29 |20.3| 68 | 45
352AM1645 35 (17 | 29 |23.3| 68 | 45
403AM1645 O340 (17 |29 |28.3| 68 | 45

(Note) For screw-in type arbors, refer to page L145—L146.

*1 Clamp Torque (N » m) : TS25=1.0, TS33=1.0, TS351=2.5, TS407=3.5, TS43=3.5, AUJS3010T10=2.5, AJS4012T15=3.5
*2 Refer to page L091 for the max. depth of cut APMX(max), and maximum drilling depth AZ.

*3 WT : Tool Weight

24 |M16]0.2 TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D
24 |M16]0.2 TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D
24 [M160.2 [ 1] TS351 | AMS3 | AJS3010T10| ASS2 | @TKY10D
24 (M16]0.2 [ 1] TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D
24 [M16]0.3 [ 2| TS407 | AMS4 | AJS4012T15| ASS2 | @TKY15D
24 [M16]0.3 2] TS43 | AMS4 |AJS4012T15| ASS2 | @TKY15D

2

2

2

19 [M12(0.2 |2 | TS351 | AMS3 | AJS3010T10| ASS2 | @TKY10D
1
1

O O OO O O O O OO0 O O OO O O O |CoolantHole
N N NRAR WO W W N N W Ww N N[wWw W N N[ Numberof Teeth

24 |M16]0.3 TS43 | AMS4 |AJS4012T15| ASS2 | @TKY15D
24 |M16]0.3 TS43 | AMS4 |AJS4012T15| ASS2 | @TKY15D

....0.00.0....0.0.;U‘Stock

D O O OO O O O O OO O O Ol O O O

@ : Inventory maintained in Japan. (10 inserts in one case)

L0838



INSERTS
Steel o ¢ € | #| Cutting Conditions (Guide) :
Stainless Steel G|® C|#| @:stable Cutting @ : General Cutting # : Unstable Cutting
i Cast Iron [ J s
Material
Heat-resistant Alloy, Titanium Alloy [ 2k 2K 4
Hardened Steel [
Coated Dimensions (mm)
|
Shape Order Number & 3@@@@@2 ek Geometry
OIRIZIZ2IZIZE SR8 AN IC S BS | RE
Ila|aa|o|ala|l|o
NEHBEEHEEEEIE
JOMWO06T215ZZSR-FT (M|®|®|® @ ® ® (@ 13° | 635278 | 12 | 15
080320ZZSR-FT |M|e|®@|® | ®|® @@ 13° | 8 318 | 14 | 2
@ JDMWO09T320ZDSR-FT |M|(e|®|® @ | ® ® @ 15° | 9525/ 397 | 1.8 | 2 d \ | AN
120420ZDSR-FT |M|o|@|0|0|® ole| 15 12 |476| 25 | 2 B Re g
General .
purpose 140520ZDSR-FT ([M|e|® (@ | ® | ® ® (@ 15° |14 556 | 2.8 | 2
JDMT120420ZDSR-ST (M|e|(®|® @ ® o (@ 15° (12 476 | 25 | 2
140520ZDSR-ST |M|e|®|®|@® | ® o (@ 15° |14 556 | 28 | 2

—l
o
%)
3}
x/
m
»
>
3

Cuﬂinged[qe
enhancement type
@& JDMTO09T323ZDER-JL (M o0 15° | 9.525/3.97 | 1.8 | 2.3
120423ZDER-JL |M 0 15° 12 | 476 | 25 | 2.3 )
r j 4 -
@ 140523ZDER-JL (M 0 15° |14 | 556 | 2.8 | 2.3 EE[)YAN
f
S
Low cuting resistance
(Dficuftto-Cut Meterial)
JOMT06T215Z2ZSR-JM (M|e (@ |® @ ® ®(®f 13° | 635278 12 | 15
- 080320ZZSR-JM |[M|e(®|®|® ® @@ 13° | 8 318 | 14 | 2
g JDMTO09T320ZDSR-JM (M|e®|(® | ® @ ® ® @ 15° | 9525/ 3.97 | 1.8 | 2 ﬁ}AN
120420ZDSR-JM |M|e|®|®|@® | ® o (@ 15° (12 476 | 25 | 2 sl
Low cutting 140520ZDSR-JM |v|e[e]e @@ ole| 15° 14 |556| 258 | 2
(Note) Setting height for ST chipbreaker is slightly different from that for other chipbreakers. = xgmﬁg‘:,ﬁ
If you use ST chipbreaker, check the setting height.
SCREW-IN ARBORS > 145
SPARE PARTS > P001

TECHNICAL DATA >qo01 |089




L090

INDEXABLE MILLING

| RECOMMENDED CUTTING CONDITIONS

[ CUTTING SPEED

Work Material Hardness Cutting speed (m/min) for different grades
FH7020 MP6120 MP6130 VP30RT
) ] S (12(]1220) (1033(2)00) (801—31080) (601—1?60)
C:ﬂggns?;:fl el ( ogigoo) (1301—310 80) (601—1$ 60) (403240)
C/ilrlgsns?;:l 2 (0-150) (50-150) (30-130) @o0310)
Alloy Tool Steel <350HB (801310 80) (501310 50) (305220) (2065)90)
Pre-hardened Steel 35—45HRC - (701—01030) (505210) (308—090)
M MP7130 MP7140
Stainless Steel <270HB (10(1)1(1)30) (801—210 60) - -
FH7020 VP15TF
Gray Cast Iron <350MPa (1033200) = - -
Ductile Cast Iron <800MPa - ey — —

(80—160)

MP9120 MP9130
Heat Resistant Alloy <350HB (2055)40) (202_535)
Titanium Alloy — (405_060) (30‘5355)
VP15TF
Hardened Steel 40—55HRC (507_090) -




MAXIMUM CAPACITIES BY MODE
RAMPING

X(mm)

HELICAL DRILLING
! @ How to derive a locus of the center of the tool.
i edc = gDH - DC
Locus of Desired hole Tool
a4 X the center of diameter Diameter
o A e 8 the tool

@ The depth of cut per pass must not exceed the
max. depth of cut APMX.

@ Set the machine spindle revolution so that the

tool is rotating and cutting in a down cut direction.

® When ramping and helical cutting, please apply a lower feed (60% of the calculated feed rate or less).
@ When drilling, please set the feed in the axial direction at 0.2mm/rev or less.
@ The long chips generated can disperse, ensure that adequate safety precautions are taken.

Tool |Machined Max. %%%I;of Cut Ramping Helical Drilling Max.
é) Order Number  [Piameter Digra;fgter (mm) Max. |L (mm) Required distance for X mm depth Desired hole diameter DH (mm) %Tg?.?
- poX DC [FTomisT] UL | Angle [ _ _ _ . AZ
mm) Breaker | Breaker | RMPX X=1 X=1.2 | X=1.5 X=2 Min. Max. (mm)
AJX06R162 16 8 1 - 3° 19.1 - - - 23 29 0.3
06R172 17 9 1 - 2° 30" 229 - - - 25 Bil 0.3
06R203 20 12 1 - 1° 30" 38.2 - - - 31 37 0.3
06R223 22 14 1 - 1° 7.8 - - - 85 41 0.3
08R202 20 1 1.5 - 3° 30 16.3 19.6 24.5 - 27 36 0.5
08R222 22 13 1.5 - & 19.1 22.9 28.6 - 31 40 0.5
08R253 25 16 1.5 - 2° 28.6 34.4 43 - 37 46 0.5
08R283 28 19 1.5 - 1° 42’ 33.7 40.4 50.5 - 43 52 0.5
c 09R252 25 14 2 1.2 4° 14.3 17.2 21.5 28.6 33 46 1
% 09R282 28 17 2 1.2 & 19.1 22.9 28.6 38.1 39 52 1
g 09R303 30 19 2 1.2 2°42' 21.2 25.4 31.8 42.4 43 56 1
§ 09R323 32 21 2 1.2 2° 30" 229 27.5 34.4 45.8 47 60 1
&% 09R353 35 24 2 1.2 2° 28.6 34.4 43 57.3 53 66 1
09R404 40 29 2 1.2 1° 30’ 38.2 45.8 573 76.4 63 76 1
12R302 30 18 2 1.2 4° 30" 12.7 15.2 19 25.4 39 56 1.5
12R322 32 20 2 1.2 4° 14.3 17.2 21.4 28.6 41 60 1.5
12R352 35 23 2 1.2 3° 30 16.3 19.6 24.5 32.7 47 66 1.5
12R402 40 28 2 1.2 & 19.1 22.9 28.6 38.2 57 76 1.5
12R403 40 28 2 1.2 3° 19.1 22.9 28.6 38.2 57 76 1.5
14R503 50 38 2 1.2 4°12' 13.6 16.3 20.4 27.2 72 96 2
14R634 63 51 2 1.2 2° 48’ 20.4 24.5 30.7 40.9 98 122 2
AJX09-050 50 40 2 1.2 1° 06’ 52.1 62.5 78.1 104.2 83 96 1
09R05005B 50 40 2 1.2 1° 06’ 52.1 62.5 78.1 104.2 83 96 1
12-050 50 38 2 1.2 2° 28.6 34.4 43 573 77 96 1.5
R050 50 38 2 1.2 2° 28.6 34.4 43 57.3 77 96 1.5
12-063 63 51 2 1.2 1° 30’ 38.2 45.8 573 76.4 103 122 1.5
R063 63 51 2 1.2 1° 30 38.2 45.8 57.3 76.4 103 122 1.5
g R080 80 68 2 1.2 1° 06’ 52.1 62.5 78.1 104.2 137 156 1.5
53 R100 100 88 2 1.2 0° 48" 71.6 85.9 | 107.4 | 143.2 177 196 1.5
14-063 63 51 2 1.2 2° 48" 20.4 24.5 30.7 40.9 98 122 2
R063 63 51 2 1.2 2° 48" 20.4 24.5 30.7 40.9 98 122 2
R080 80 68 2 1.2 1° 48’ 31.8 38.2 47.7 63.6 132 156 2
R100 100 88 2 1.2 1°12' 47.7 57.3 71.6 95.5 172 196 2
R125 125 113 2 1.2 0° 48" 71.6 85.9 | 107.4 | 143.2 222 246 2
R160 160 148 2 1.2 0°30" | 114.6 | 137.5 | 171.9 | 229.2 292 316 2
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INDEXABLE MILLING

I RECOMMENDED CUTTING CONDITIONS
I DEPTH OF CUT AND FEEDRATE

Shank Type / Screw-In Type

216, 217 220, 222 225, 028

Work Material Hardness OverhangAxial depth| Feed per [Overhang/Axial depth| Feed per |Overhang|Axial depth| Feed per

Length | ofcut | Tooth | Length | ofcut | Tooth | Length [ ofcut | Tooth
(mm) | (mm) | (mmi) | (mm) | (mm) | (mmi) | (mm) | (mm) | (mmit.)
_ 140 | 08 | 08 | 160 | 1.0 10 | 170 | 10 | 1.2
(ASTMMAIgGS}\?SﬁImm) <180HB 180 | 0.6 0.6 210 | 0.8 0.8 230 | 0.8 1.0
210 | 04 | 04 | 240 | 06 | 06 | 200 | 06 | 08
140 | 08 | 08 | 160 | 1.0 10 | 170 | 10 | 12
Ca{EI%rln e f:f}f‘e' 180—280HB 180 | 06 | 06 | 210 | 08 | 08 | 230 | 08 | 1.0
210 | 04 | 04 | 240 | 06 | 06 | 290 | 06 | 08
140 | 07 | 08 | 160 | 0.8 10 | 170 | 08 | 12
Ca’bon(ﬂgﬂéﬁgfy Steel 280—350HB 180 | 0.5 0.6 210 | 0.6 0.8 230 | 06 1.0
210 | 03 | 04 | 240 | 04 | 06 | 200 | 0.4 | o8
140 | 07 | 08 | 160 | 0.8 10 | 170 | 08 | 12
A"?%'IZE)";'KSTt)ee' <350HB 180 | 05 | 06 | 210 | 06 | 08 | 230 | 06 | 1.0
’ 210 | 03 | 04 | 240 | 04 | 06 | 200 | 04 | o8
140 | 07 | 07 | 160 | 0.8 | 08 | 170 | 08 | 1.0
Pre-hardened Steel 35—45HRC 180 | 0.5 0.5 210 | 0.6 0.6 230 | 06 0.8
210 | 03 | 03 | 240 | 04 | 04 | 290 | 04 | 06
M 140 | 08 | 07 | 10| 10 | 08 | 170 | 1.0 | 1.0
Stainless Steel <270HB 180 | 06 | 05 | 210 | 08 | 06 | 230 | 08 | 0.8
210 | 04 | 03 | 240 | 06 | 04 | 200 | 06 | 06
_ 140 | 08 10 | 160 | 1.0 12 | 170 | 10 | 14
Gray Cast jron T 180 | 06 | 08 | 210 | 08 | 10 | 230 | 08 | 1.2
- 210 | 04 | 06 | 240 | 06 | 08 | 200 | 06 | 1.0
_ _ 140 | 07 | 08 | 160 | 0.8 10 | 170 | 08 | 1.2
Ductle Sast Iron TS O 180 | 05 | 06 | 210 | 06 | 08 | 230 | 06 | 1.0
- 210 | 03 | 04 | 240 | 04 | 06 | 290 | 04 | o8
= [ = = = [ = = 170 | 1.0 | 06
i <
Heat Resistant Alloy 350HB — — — — — — = | 00 oW
Titanium Alloy (Ti-6A-4V) = = [ = = = [ = = 290 | 06 | 03
140 | 05 | 05 | 160 ] 05 | 06 | 170 | 05 | 0.8
Hazgﬁgegg}ee' 40—55HRC 180 | 04 | 03 | 210 | 04 | 04 | 230 | 04 | 06
’ 210 | 03 | 02 | 240 | 03 | 02 | 200 | 03 | 04

@DOverhang Length L Q@Table Feed Rate
— vf(mm/min)=n x Feed per Tooth x Number of Teeth

@Recommended width of cut (ae) is more than 60% of the cutting edge diameter.
®The above cutting conditions are guides to cutting on a #50 BT machine. In case of
#40 BT and #63 HSK machines, a cutting edge diameter of under 35mm is

recommended.In the case also, reduce the axial direction depth of cut and table
feed rate.

Overhang
Length ®Use of §T chipbreaker with tougher cutting edges is recommended for machining
L parts that require interrupted cutting. First recommended insert grade for
non-standard 06/08/09 ST chipbreakers is VP3ORT irrespective of the workpiece
material.
@Cutter body with coarse pitch is recommended for the unstable cutting caused by
the long tool overhang.
@Main Spindle Revolution @®Use the "sharp" JM chipbreaker to lower cutting forces or when long tool
n(min"')=(Recommended Cutting Speed x 1000)~+ overhangs are used.
(Outer Tool Diameter x 3.14) ©@Heavy chips are generated when machining with the AZX. To avoid chip
jamming-related problems, use air blow while machining to discharging chips
effectively.
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Shank Type / Screw-In Type

Arbor Type

230, 232, 235 $40 (632 Shank) ®40 (642 Shank) @50, 263 250, 863 280, 2100, 2125, 2160
OverhangAxial depth| Feed per [Overhang|Axial depth| Feed per [OverhangAxial depth| Feed per [OverhanglAxial depth| Feed per [Overhang/Axial depth| Feed per [Overhang/Axial depth| Feed per
Length | ofcut | Tooth | Length | ofcut | Tooth | Length | ofcut | Tooth | Length | ofcut | Tooth | Length | ofcut | Tooth | Length | ofcut | Tooth
(mm) | (mm) | (mmit) | (mm) | (mm) | (mmit) | (mm) | (mm) | (mmi) | (mm) | (mm) | (mm#t) | (mm) | (mm) | (mm/t) | (mm) | (mm) | (mm/t.)
180 1.2 1.4 180 1.2 1.4 180 1.2 1.5 180 1.4 1.5 150 1.5 1.5 170 1.5 1.5
230 1.0 1.2 240 1.0 1.2 240 1.0 1.3 240 1.2 1.3 250 1.3 1.3 300 1.3 1.3
290 0.8 1.0 300 0.8 1.0 300 0.8 11 = = = 350 11 11 450 1.0 1.0
180 1.2 1.4 180 1.2 1.4 180 1.2 1.5 180 1.4 1.5 150 1.5 1.5 170 1.5 1.5
230 1.0 1.2 240 1.0 1.2 240 1.0 1.3 240 1.2 1.3 250 1.3 1.3 300 1.3 1.3
290 0.8 1.0 300 0.8 1.0 300 0.8 11 - - - 350 11 11 450 1.0 1.0
180 1.0 1.4 180 1.0 1.4 180 1.0 1.5 180 1.2 1.5 150 1.3 1.5 170 1.3 1.5
230 0.8 1.2 240 0.8 1.2 240 0.8 1.3 240 1.0 1.3 250 11 1.3 300 11 1.3
290 0.6 1.0 300 0.6 1.0 300 0.6 11 = = = 350 0.9 11 450 0.8 1.0
180 1.0 1.4 180 1.0 1.4 180 1.0 1.5 180 1.2 1.5 150 1.3 1.5 170 1.3 1.5
230 0.8 1.2 240 0.8 1.2 240 0.8 1.3 240 1.0 1.3 250 11 1.3 300 11 1.3
290 0.6 1.0 300 0.6 1.0 300 0.6 11 = = = 350 0.9 11 450 0.8 1.0
180 1.0 1.2 180 1.0 1.2 180 1.0 1.3 180 1.2 1.3 150 1.3 1.3 170 1.3 1.3
230 0.8 1.0 240 0.8 1.0 240 0.8 11 240 1.0 141 250 11 11 300 11 1.1
290 0.6 0.8 300 0.6 0.8 300 0.6 0.9 = = = 350 0.9 0.9 450 0.8 0.8
180 1.2 1.2 180 1.2 1.2 180 1.2 1.3 180 | *1.4 1.3 150 | *1.5 1.3 170 | *1.5 1.3
230 1.0 1.0 240 1.0 1.0 240 1.0 11 240 1.2 11 250 | *1.3 11 300 | *1.3 11
290 0.8 0.8 300 0.8 0.8 300 0.8 0.9 - = = 350 11 0.9 450 1.0 0.8
180 1.2 1.6 180 1.2 1.6 180 1.2 1.7 180 1.4 1.7 150 1.5 1.7 170 1.5 1.7
230 1.0 1.4 240 1.0 1.4 240 1.0 1.5 240 1.2 1.5 250 1.3 1.5 300 1.3 1.5
290 0.8 1.2 300 0.8 1.2 300 0.8 1.3 = = = 350 11 1.3 450 1.0 1.2
180 1.0 1.4 180 1.0 1.4 180 1.0 1.5 180 1.2 1.5 150 1.3 1.5 170 1.3 1.5
230 0.8 1.2 240 0.8 1.2 240 0.8 1.3 240 1.0 1.3 250 11 1.3 300 11 1.3
290 0.6 1.0 300 0.6 1.0 300 0.6 11 = = = 350 0.9 11 450 0.8 1.0
180 1.2 0.6 180 1.2 0.6 180 1.2 0.6 180 1.2 0.6 150 1.2 0.6 170 1.2 0.6
230 1.0 0.4 240 1.0 0.4 240 1.0 0.4 240 1.0 0.4 250 1.0 0.4 300 1.0 0.4
290 0.8 0.3 300 0.8 0.3 300 0.8 0.3 = = = 350 0.8 0.3 450 0.8 0.3
180 0.6 1.0 180 0.6 1.0 180 0.6 11 180 0.8 141 150 0.9 11 170 0.9 1.1
230 0.5 0.8 240 0.5 0.8 240 0.5 0.9 240 0.6 0.9 250 0.7 0.9 300 0.7 0.9
290 0.4 0.6 300 0.4 0.6 300 0.4 0.7 = = = = = = = = =

* The JL breaker depth of cut is up to 1.2mm.
NOTE FOR PROGRAMMING
When using the AJX, please
< programme as an R3 radius cutter.
% The approximate uncut portions for
o% the programme are as follows.
& >
Size Breaker Approx. RE(mm) | Uncut portion K(mm)
06 FT/JM 2.0 0.33
08 FT/JM 2.5 0.46
09 FT/JM 3.0 0.47
JL 3.0 0.46
12 FT/JM/ST 3.0 0.63
JL 3.0 0.53
14 FT/JM/ST 3.0 0.64
JL 3.0 0.55
(Note) The uncut portion may change slightly depending on
cutting conditions.
TECHNICAL DATA > Q001
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