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Steel Stainless Steel Cast Iron  Non-ferrous Metal Heat Resistant Aoy Hardened Steel

® 11° positive insert. -

@ Inserts with wiper edges produce
optimal finished surface.

@ Multi insert design for high feed machining.

W SHANK TYPE Right hand tool holder only.
5|8 . ¥ A&
E& Order Number % “é pmensiens(mm) § / @
(R | 5| bc LF | DCON| LH |APMx [ S@mP | wrench Insert
BAP300R101S16 e |1 10 85 16 25 9 TS25 TKYO08F
121816 e |1 12 85 16 25 9 TS25 TKYO08F
141816 e |1 14 85 16 25 9 TS25 TKYO8F
162S16 o |2 16 85 16 25 9 TS25 TKYO08F
182S16 e 2 18 85 16 25 9 TS25 TKYO8F
203S20 e |3 20 100 20 30 9 TS25 TKYO08F
% 223520 |®|3| 22 | 100 | 20 | 30 | o | T | TKYOEF | o
% 254525 o4 25 115 25 35 9 TS25 TKYO08F
284S25 o4 28 115 25 35 9 TS25 TKYO08F
304S32 @4 30 125 32 45 9 TS25 TKYO08F
3255832 @5 32 125 32 45 9 TS25 TKYO08F
406S32 @6 40 125 32 45 9 TS25 TKYO08F
507S32 e |7 50 125 32 45 9 TS25 TKYO8F
638S32 @38 63 125 32 45 9 TS25 TKYO08F
BAP300R202LS20 e |2 20 150 20 60 9 TS25 TKYO08F
o 253LS25 |e 3| 25 | 170 | 25 70 9 TS25 | TKYO8F o
3 3231832 | |3| 32 | 190 | 32 | 0 | o | Tszs | Tkvos | oM PDLR
403LS32 ® (3 40 190 32 90 9 TS25 TKYO08F
* Clamp Torque (N * m) : TS25=1.0
@ : Inventory maintained in Japan. (10 inserts in one case) SPARE PARTS > P001
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INDEXABLE MILLING

INSERTS
Steel c e o ¢c Cutting Conditions (Guide) :
Stainless Steel G|CG oG @ : Stable Cutting @ : General Cutting  : Unstable Cutting
Work Cast Iron € ([ J ( 4
Material Non-ferrous Metal (2
Heat-resistant Alloy, Titanium Alloy [ 2 Honing :
Hardened Steel [ 2 E:Round F: Sharp
»| @ Coated | Cermet|Carbide Dimensions(mm)
{=
Shape Order Number 8 HEE K 2|e Geometry
Ofx|o|R I2? = L w1 S | BS | RE
N~ x| >
(> Z2|Z|x
APMT1135PDER-H1 |M|E|®|® oeo|e 11 16.35(3.5|1.5|0.4
o 1135PDER-H2 [M[E|@|® oefle [11/635(35/12]08
W 1135PDER-H3 [M|E|® 11635 [3.5(08 1.2
1135PDER-H4 [M|E|® 11 16.35|/3.5|04|1.6
1135PDER-H6 |M|E|® 11 16353504 |24
APMT1135PDER-M0 [M|E|® 11 16.35(3.5(1.8|0.2
- 1135PDER-M1 |M|E|® 11 16.35(35|15(04
=y 1135PDER-M2 [(M|E|®|® [ ] 11(6.35/3.5/1.2|0.8
APGT1135PDFR-G2 |G|F [ 11 16.35(3.5(1.2|0.8
T
E))11“
s f
RECOMMENDED CUTTING CONDITIONS
; . Cutting Speed Feed per Tooth
Work Material Hardness Grade Breaker| Cutting Mode (mimin) (mmit.)
NX4545 H Finish Cutting 160 (120—180) 0.1 (0.05—0.15)
Mild Steel <180HB
F7030 M General Cutting 180 (150—200) 0.15 (0.1—0.2)
NX4545 H Finish Cutting 120 (100—160) 0.08 (0.05—0.1)
180—280HB F7030 M General Cutting 150 (120—200) 0.15 (0.1—0.2)
Carbon Steel F7030 H  |Unstable Cutting| 120 (100—160) 0.15 (0.1—0.2)
Alloy Steel NX4545 H | Finish Cutting 100 (80—120) 0.08 (0.05—0.1)
280—350HB F7030 M General Cutting 140 (120—160) 0.15 (0.1—0.2)
F7030 H Unstable Cutting 100 (80—120) 0.2 (0.1—0.25)
M F7030 M General Cutting 140 (120—160) 0.15(0.1—0.2)
Stainless Steel <200HB
F7030 H Unstable Cutting 120 (80—140) 0.2 (0.1—0.25)
Tensile Strength VP15TF M | General Cutting | 140 (120—160) 0.15(0.1—0.2)
Gray Cast Iron <350MPa
= HTi10 H General Cutting 120 (100—140) 0.2 (0.1—0.25)
Ductile Cast Iron Tensile Strength VP15TF M | General Cutting [ 120 (100—140) 0.15 (0.1-0.2)
(=JIS FCD450) <450MPa HTi10 H | General Cutting 100 (80—120) 0.2 (0.1—0.25)
Ductile Cast Iron T C VP15TF M | General Cutting | 100 (80—120) 0.1 (0.05—0.15)
(2JIs FCD500) 500—800MPa HTi10 H | General Cutting 80 (60—100) 0.15 (0.1—0.2)
Aluminium Alloy = HTi10 G General Cutting 500 (200—1000) 0.2 (0.1—0.3)
Ti Alloy >350HB HTi10 G General Cutting 40 (30—60) 0.2 (0.1—0.3)
Heat Resistant Alloy = F7030 M General Cutting 30 (20—40) 0.15(0.1—0.2)
Hardened Steel >40HRC VP15TF M General Cutting 70 (50—100) 0.1 (0.05—0.15)

@ Revolution (min-')=(1000 x Cutting Speed)<(3.14 x DC)
@ Table Feed (mm/min)=Feed per Tooth x Number of Teeth x Cutter Revolution
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@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.

(10 inserts in one case)



N CUTTING PERFORMANCE

Shoulder Milling

Cutting Width @410—014 @616—6100
] £ 10 E10
g g — £
5 = =
c o Q
] £ gs §s
o o 2 2
] £ £
o 8 8
° Workpiece : JIS S50C 0 0.5DC DC 0
% Grade : F7030 Cutting Width Cutting Width
o
Q
S
S Slot Milling
©
_g @010—014 @$16—0100
g ?% E“ % g,.,. T T T
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Q £ o5 g s
(@] 5 o o
[&] (=) 00 o
£ . £
Workpiece : JIS S50C 0 0.1 0.2 0.3 0 0.1 0.2 0.3
Grade : F7030 Feed fz (mmf/t.) Feed fz (mmft.)
Shoulder Milling
Cutting Width 0410—014 ©616—3100
1 5 E10 E10
,g E g i T
‘0-5 o EQ_ %-
£ £ gs &7 &
© 2 LN 2
© e 0.75 1 £
Workpiece : JIS S50C Co 0.5DC DC Co 0.5DC DC
Grade : NX2525 Cutting Width Cutting Width
(Note 1) In each of the adove graphs cutting performance is shown for carbon steel (JIS S50C).
In case of alloy steels, reduce the conditions by 20—30%.
(Note 2) In the case of deep slot milling, air blow should be used.
(Note 3) The diameter "DC" is taken from the tools peripheral cutting edge.
SPARE PARTS > P001
TECHNICAL DATA > Q001
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INDEXABLE MILLING

DEEP SHOULDER _W =
MILLING 4 (P

BAP300 LONG CUTTING EDGE

Ce ] » Cx ) JCs 0w )

Steel Stainless Steel Cast Iron  Non-ferrous Metal Heat Resistant Aoy Hardened Steel

@ 11° positive insert. _LF
@ Inserts with wiper edges

produce optimal finished surface.
@ Multi insert design for high feed

machining.
W SHANK TYPE Right hand tool holder only.
I
x| 8 * V4
S| = Dimensions(mm) & @
Order Number Zh = g & /®
R § DC LF |DCON| LH | APMX | Clamp Screw Wrench Insert
BAP300R2004ES20 ®|1 20 120 20 40 25 TS25 TKYO08F
2508ES25 ®[(2| 8| 25 130 25 50 34 TS25 TKYO8F APG/MT1135
3212ES32 o|2(12| 32 | 140 | 32 | 60 | 43 TS25 TKYogF | PD-R-MO/A/2
4014ES42 ®|2]|14 40 150 42 70 51 TS25 TKYO08F
% Clamp Torque (N » m) : TS25=1.0
_INSERTS
o| Coated |Cermet|Carbide Dimensions(mm)
7 =
Shape Order Number s(5(3(E g(2|e Geometry
o|2|8|2 S|E[E| | L |w| s |BS|RE
| > Z|Z|T
APMT1135PDER-H1 |[M|E|®@|® eoo|0 11 [6.35|35(15|04 .
1135PDER-H2 |M(E|®|® eoe|0 11 [6.35|35(1.2|0.8 —
% 11°
s 1
APMT1135PDER-MO0 [M|E|® 11 [6.35|35 (18|02 g
1135PDER-M1 |M|E |® 11 [6.35|35(15|04 E
1135PDER-M2 (M(E|®|® [ ] 11 1635(35]1.2(0.8 )5110
s| !
APGT1135PDFR-G2 (G|F ® 11 [6.35|35(1.2|0.8
T~
1:))11"
s f

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
L156 (10inserts in one case)



IRECOMMENDED CUTTING CONDITIONS

Work Material Hardness Grade Breaker| Cutting Mode Cut:m?msir;]))eed Feec(jrﬁﬁ];t‘l;ooth
. f 180 0.15
Mild Steel <180HB F7030 M | General Cutting (150—200) (0.08—0.2)
" 150 0.15
F7030 M General Cutting el =
180—280HB (12012580) (0.080 ;).2)
Carbon Steel F7030 H Unstable Cutting (100=160) (0.1—0.25)
Alloy Steel F7030 M | General Cutting (1 2011(% 60) ©0.0 50 '_10 15)
280—350HB : :
F7030 H  |Unstable Cutting (801_05’20) © A 2
M F7030 M | General cutting 140 0.1
. 120—160 0.08—0.15
Stainless Steel <200HB ( o ) ( G )
F7030 H | Unstable Cutting (80—140) © 08—0 2)
' 140 0.15
Tensile Strength VP1STF M | General Cutling | (459—160) (0.08—0.2)
Gray Cast Iron
<350MPa . ) 120 0.1
HTi10 H General Cutting (100=140) (0.05—0.15)
) 120 0.1
. Tensile Strength VP1STF M | General Cutting (100—140) (0.05—0.15)
Ductile Cast Iron <450MPa i GEE
- UTi20T H General Cutting (80—120) (0.08—0.2)
" 100 0.08
) Torei St VP15TF M General Cutting (80—120) (0.05—0.1)
Ductile Cast Iron _
500—800MPa i ) 80 0.1
HTi10 H General Cutting (60—100) (0.05—0.15)
Aluminium Alloy - HTi10 G General Cutting (2005_0?000) © 021(5) 25)
Ti Alloy >350HB HTi10 G | General Cutting (3050) ©0.09% 25)
Heat Resistant Alloy - F7030 [} General Cutting (201?40) 0.0 50'_10 15)
Hardened Steel >40HRC VP15TF M | General Cutting ot T
@ Revolution (min-')=(1000 x Cutting Speed)+(3.14 x DC)
@ Table Feed (mm/min)=Feed per Tooth x Number of Teeth x Cutter Revolution
SPARE PARTS > P001

TECHNICAL DATA >qoo1 L1157




INDEXABLE MILLING

Shoulder Milling Cutting Width ~ _ Slot Milling Dc -
E— ] §
) a a
o 2 2
o) = £
5 5 g
O (8]
8
® Workpiece : JIS S50C Workpiece : JIS S50C
8 Grade : F7030 Grade : F7030
9
S _ 50 1 =%
£
g E a0 £ 40
S p= DC=232 P
a o
8 & 3 bcmazs g3
= > o o 90| DC=032
2 £ 2 £ 7| Dc=o25
£ 310 310
(&} DC=220
0 0.5DC DC 0 0.1 0.2
Cutting Width Feed fz (mm/t.)

(Note 1) In each of the adove graphs cutting performance is shown for carbon steel (JIS S50C).
In case of alloy steels, reduce the conditions by 20—30%.

(Note 2) In the case of deep slot milling, air blow should be used.

(Note 3) The diameter "DC" is taken from the tools peripheral cutting edge.
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