Modular Tools
H212 to H228

SEC-Modular ToOIS ....ccceevierverierecrnmrnnennranns

For High-precision Milling of Steel, Die Steel, MSEC-WaveMiII WEZ TYPE «.evvererernrnrnrarararasanans
Cast Iron, Stainless Steel and Non-Ferrous Metal
For High-efficiency Milling of Steel, Cast SEC-WaveMill WEX Type  ..cccieieieninirnnnnnnnns
Shoulder Milling
Iron, Stainless Steel and Non-Ferrous Metal
For Steel, Die Steel, Cast Iron, Stainless SEC-WaveMiII WFX TYPE ceeevererererarararararaeanans
Steel and Non-Ferrous Metal

For High-feed Milling of Steel, Die Steel, WSEC-Sumi Dual Mill DMSW Type .......ccevuvuns
Cast Iron, and Stainless Steel

For High-feed Milling of Steel, Die Steel, Cast SEC-WaveMill WFXH Type ......cccvcvmiiinrnnnnnnns
Iron, Stainless Steel and Non-Ferrous Metal

For High-Feed Machining of Steel, Cast SEC-Metal Slash Mill MSX Type ......cccceeurenen
Iron and Stainless Steel

High-Feed

For Exotic Alloy SEC-Wave Radius Mill RSX(F) Type .........c.u...
Radius For Steel, Cast Iron, Stainless Steel and SEC-Wave Radius Mill WRCX Type ...............
Non-Ferrous Metal

For Chamfering of Steel, Die Steel, Cast Iron, ¢ SEC-WaveMill WFXC TYPe ......ccoceeereerrsssnsunns

Chamfering .
Stainless Steel and Non-Ferrous Metal

For High-speed, High-efficiency Milling of &P ALNEX ANXS V2@  oooononooconocC0aoNoOCON0Cooaoan0aaE
Non-ferrous Metal
Aluminum Alloy and Non-Ferrous Metal

@ ® mark: Standard stocked item * mark: Semi-standard stock (please confirm stock availability)
. mark: To be replaced with the new item featured on the same page O mark: Stock or planned stock (please confirm stock availability)
Stock Markmgs and Symb0|s A mark: To be replaced by a new product, made to order, or Blank: Made-to-order item
discontinued (please confirm stock availability). — mark: Not available
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Modular
Tools

Note: Overhang varies depending on cutting conditions such as the tool used, machine rigidity and work clamp rigidity.

Sutable for miling witr LGUERE) OVBVIDARGS

when combined with carbide or steel arbors

Easy-to-replace screw-on design.

B General Features
@ 10 indexable head modular types available!

WEZ Type
WEX Type
WFX Type

DMSW Type

WFXH Type

@ In addition to carbide arbors and steel arbors, the lineup of
integrated BBT types enables a variety of combinations

@ General-purpose grade applicable to any work material.
Introducing the new grade ACU2500, which is applicable to
a wide variety of processes and work materials such as steel,
stainless steel and cast iron.

MSX Type
RSX Type
WRCX Type
WFXC Type
ANXS Type

When combined with BBT integrated arbors,

“ ” * Is supported

ed| Avbor;

B Screw Size and Mounting Cutter Size

g‘:ﬁ"; Applicable Cutter Size (DC)
M8 016, 018
M10 020, 022
M12 024, 028
M16 230, 232, 035, 040

B Cutting Performance @ Carbide arbors achieve greater precision and stable milling compared to steel arbors

Depth of Cut
(8mm)

2nd Step
Depth of Cut

(8mm)

3rd Step
Depth of Cut

@ Machined Wall Precision

200

a
=3

‘ [ Carbide arbor [ Steel arbor ‘

Deviation (um)
8

50

Deviation

60

80

130
Overhang (mm)

150

Vibration
Amplitude

Vibration
Amplitude

180

Work Material
Tool

: S50C
: WEX2025M12Z4 (925 x 4-teeth)
Cutting Conditions: v, = 100m/min f, = 0.1mm/t a, = 8mm x 3 times a. = 2.0mm Machine: Machining Centre BT50

H212

Vibration

Lower
vibration

Carbide Arbor

Steel Arbor




SEC-

ModuJ; Tools

BBT Integrated Type - SEC-Modular Tools Special Arbors

Fig 1 LF
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BBT Integrated Arbor Dimensions (mm)
Cat. No g Screw Bore Dia. External |Body Overhang| Length |Thread Depth| Overhang Coolant Fi
T 5 CRKS DCB BD L6 LBX L7 LET Hole 9
BBT30-M8-50 o M8 8.5 15.9 73 50 18 98 Yes 1
M10-45 |@ M10 10.5 19.9 68 45 20 98 Yes 1
M12-40 | @ M12 12.5 24.9 63 40 22 98 Yes 1
M16-35 | @ M16 17 31.9 58 3 24 98 Yes 1
*1 Overhang length for LF is with head mounted.
Can also be used with BT30 spindle machines.
SEC-Modular Tools - Special Arbors (Carbide Arbors/Steel Arbors)
Fig 1 CRKS
s
. aQ | /( """"""""""" ] =
Carbide Arbor Q TI— - ﬁ\ pp— pp— p— i
o
L4
L5
Steel Arbor LF2

Carbide Arbor Dimensions mnm)  Steel Arbor Dimensions (mm)

5 |Screw |Bore Dia.| Shank | Ol argh | Depth | Tiead Deoth | Overhang| . -5 |Screw | Bore Dia. | Shank | Ol Largh | Depth | TreadDeoth | Overhang| .
Cat.No. |8/ aes|DCE DM | LF2 | L4 | L5 | LE 9 Cat.No. | 2/cpks|DCB| DMM LF@ ¥ Lgep LF2 19
MA15M08L120C (@ M8 | 85| 15 [120| 10 | 18 | 145 |1 MA16MO08L120S |®|M8 | 85| 16 | 120 | 10 | 18 | 145 |1
15M08L160C |® /M8 | 85| 15 | 160 | 10 | 18 | 185 | 1 20M10L150S |® M10|10.5| 20 | 150 | 10 | 20 | 180 | 1
16M08L120C |® /M8 | 85| 16 | 120 | 10 | 18 | 1451 25M12L200S |® M12|12.5| 25 [200| 10 | 22 | 235 |1
16M08L160C |® /M8 | 8.5| 16 | 160 | 10 | 18 | 1851 32M16L200S |@ |M16|17 | 32 | 200 | 10 | 24 | 240 | 1
MA18M10L150C |®|M10[10.5| 18 | 150 | 10 | 20 | 180 | 1 P
18M10L200C |® M10|10.5| 18 | 200 | 10 | 20 | 230 |1 !dentification Code
20M10L150C |® |[M10|10.5| 20 | 150 | 10 | 20 | 180 | 1
20M10L200C |® |[M10 |10.5| 20 | 200 | 10 | 20 | 230 | 1 MA 15 M08 L1 20 g
MA23M12L200C @ |M12|125| 23 | 200 | 10 29 | 235 |1 Series  Shank Dia. Mounting Arbor Overall Arbor Materials
23M12L250C |@ |M12|12.5| 23 | 250 | 10 | 22 | 285 | 1 Screw Size  Length gfgtzg'de
25M12L200C |® |[M12 |12.5| 25 | 200 | 10 | 22 | 235 |1 :
25M12L250C |® |[M12|12.5| 25 | 250 | 10 | 22 | 285 | 1 ) -
MA28M16L200C |® M16 |17 | 28 | 200 | 10 | 24 | 240 1| | @ Set Dimensions (*2)
28M16L300C |® M16 |17 | 28 [300| 10 | 24 | 340 |1 :
32M16L200C @ M16 |17 | 32 | 200 | 10 | 24 | 240 |1 W
32M16L300C |@® |M16 |17 | 32 | 300 | 10 | 24 | 340 |1 B — e —
| LF (Dimensions of Head + Arbor) |

Recommended Tightening Torque (N-m)

* Take care when tightening the head.
- When mounting the head to an arbor, follow the standard tightening torque in the table below.
- Check the mounting screw size for the head and arbor beforehand.

L1 | Reguated igtering Togue | Tool Dimensions
! — Screw Size (N-m) 1 H
! I M8 23 8 | 13

JOLLLL M10 46 8 15
M12 60 10 | 19
M16 80 10 | 24

H213



Modular
Tools

Shoulder
Milling

Q Non-Ferous etal |8 Exotic Alloy

_Radial _—7° to -18°
Eﬁgkfe Axial | 6°to 15° m
Fig 1
L11 CRKS
1
o 5 O =
a UL
o
Head Dimensions (mm)
Cat. No g| Dia. |MountingDia.| Screw |Overall Length Effective Length| Length | Chamfer | Width |Number of Weight Fi
T 2] DC DCON CRKS OAL LF LS2 L11 H Teeth (kg) 9
WEZ 11016M08Z22 |@® 16 8.5 M8 42(41.7) | 25(24.7) 5 8 13 2 0.03 1
11018M08Z22 |®| 18 8.5 M8 42(41.7) | 25(24.7) 5 8 13 2 0.03 |1
11020M10Z2 |@ 20 10.5 M10 49(48.7) | 30(29.7) 5 8 15 2 0.06 1
11020M1023 |@ 20 10.5 M10 49(48.7) | 30(29.7) 5 8 15 S 0.05 1
11022M10Z23 |® 22 10.5 M10 | 49(48.7) | 30(29.7) 5 8 15 3 0.06 |1
11025M12Z22 |@ 25 12.5 M1i2 56(55.7) | 35(34.7) 5 10 19 2 0.11 1
11025M1223 |@ 25 12.5 M12 56(55.7) | 35(34.7) 5 10 19 3 0.10 1
11025M12Z24 |®| 25 12,5 M12 | 56(55.7) | 35(34.7) 5 10 19 4 010 |1
11026M12Z4 |@ 26 12.5 M12 56(55.7) | 35(34.7) 5 10 19 4 0.10 1
11026M12Z5 @ 26 12.5 M12 56(55.7) | 35(34.7) 5 10 19 5 0.09 1
11028M12Z4 (@ 28 12.5 M12 56(55.7) | 35(34.7) 5 10 19 4 0.11 1
11028M12Z5 (@ 28 12,5 M12 | 56(55.7) | 35(34.7) 5 10 19 5 0.10 |1
11030M16Z2 |@ 30 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.20 1
11030M1624 |@ 30 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.19 1
11030M162Z5 |@ 30 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.17 1
11032M1622 |@ 32 17 M16 63(62.7) | 40(39.7) ) 10 24 2 0.22 1
11032M1623 |@® 32 17 M16 63(62.7) | 40(39.7) 5 10 24 3 0.20 1
11032M16Z4 |@ 32 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.20 1
11032M1625 |@ 32 17 M16 63(62.7) | 40(39.7) 5 10 24 5 0.19 1
11035M1622 |@ 35 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.24 1
11035M1625 |® 35 17 M16 | 63(62.7) | 40(39.7) 5 10 24 5 022 |1
11040M16Z2 (@ 40 17 M16 63(62.7) | 40(39.7) 5 10 24 2 0.28 1
11040M1624 |@ 40 17 M16 63(62.7) | 40(39.7) 5 10 24 4 0.26 1
11040M1625 |®| 40 17 M16 | 63(62.7) | 40(39.7) 5 10 24 5 026 |1
11040M16Z6 (@ 40 17 M16 63(62.7) | 40(39.7) 5 10 24 6 0.25 1

The OAL and LF dimensions in parentheses are dimensions using RE = 3.0/3.2 insert. When using RE = 3.0/3.2 inserts, the maximum depth of cut is 9.5.

Inserts are sold separately.

Parts

Arbors 1€ P213

Identification Code

Applicable Cutter

WEZ11016M0822, WEZ11018M0822
WEZ11020M10Z2 to WEZ11040M16Z6

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

Flat Insert Screw |Wrench |Anisezue Cean WEZ 1 1 01 6 M 08 22
@ @ / % Series Insert Dia. Mounting Number
Size Screw Size of Teeth
BFTX0305IP
BFTX0306IP 1.5 |TRDRO8IP| SUMI-P
* Modification of the cutter body is required
when mounting a corner radius 2.4 or higher insert.
Modify this portion.

Reworking guidelines
Corner radius = 2.4: C1
(AOMT170524PEER)
Corner radius = 3.0: C1
(AOMT170530PEER)
Corner radius = 3.2: C1
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)
Standard: R1.

H21 4 @ Recommended Tightening Torque (N-m) @ mark: Standard Stock (new product/expanded item)



SEC-WaveMill

WEZ 11000M Type PIUKIN(S
4

Insert Dimensions (mm)
Material Classification Coated Carbide Cemented Catidel DLC| Cermet
High-speed/Light R [EE U [N] [P]
Process| General-purpose || |[B[E [ O [N]
Roughing & P} K] as
O 00000 |©|o|lo [e) o
3388/8/18/18|8/8] o |8 ‘8’: Corner| o<
Cat. No. SIS YLe % (2) g § 2 R?:;jllzus Fig o
QIRIZIZIRIZ ]| 8| F
AOMT 11T302PEER-G | ® ° ool — | — ° 02 |1
11T304PEER-G |@ @ @0/ @ @000 — | — ° 04 |1
11T305PEER-G | ® el — | — 0.5 |1
11T308PEER-G |® @ /@000 @00 — | — ° 0.8 |1
11T310PEER-G | @ el — | — 1.0 |1 =&
11T312PEER-G |® ° el — | — 12 |1 =2
11T316PEER-G | ® ° el — | — 16 |1 ag
11T320PEER-G | ® ° ool — | — 2.0 |1
11T324PEER-G | ® el — | — 24 |1 2
11T330PEER-G |® ° ool — | — 3.0 |2 &
11T332PEER-G | ® el — | — 32 |2 il
AOMT 11T304PEER-H @@ (0|00 (0000 — | — = 04 |1 8
11T308PEER-H |@|/®@ @ @/®@/®@/@ @00 — | — — 0.8 |1 =
11T312PEER-H |® el — | — - 12 [1| Fig1
11T316PEER-H | ® o0 - |- - 1.6 |1 S D
AOET 11T302PEER-F |®| |— — 1= - | = - 02 |1 K ~ o
11T304PEER-F (@ |— —| |- — | - — 0.4 |1 2 L 7
11T305PEER-F |®| |— == = = — 05 |1 %23[?%
11T308PEER-F  |®| |— —| |- — = = | o8 |1 s » / o
11T310PEER-F |®| |— —| = = | = - 1.0 |1 e 5
11T312PEER-F  |®| |— - — | - — 12 |1 ES
11T316PEER-F  |®| |— | |= - =] = 16 |1 i) =
11T320PEER-F |®| |— — = — — — 2.0 |1 <
11T324PEER-F  |®| |— —| = - | = - 24 |1 Fig 2 z
11T330PEER-F |®| |— —| |- - | - — 30 |2 RE z3
11T332PEER-F |®| |— = |= il — 32 |2 S &2
AOET 11T302PEER-P16 |®| |— — = — | = — 02 |1 9 )V“’ -9
11T304PEER-P16 (@ |— —| |- - | = - 0.4 |1 S e
11T305PEER-P16 (@ |— — |- — =] = |os |1 }
11T308PEER-P16 (@| |— - |- - | - - 0.8 |1 12.2 3.4
11T310PEER-P16 |®| |— —| |- - | = — 1.0 |1
11T312PEER-P16 |®| |— = = = | = — 1.2 |1 Y
AOET 11T302PEER-P20 (®| |— — = — | = — 02 |1
11T304PEER-P20 (@ | |— —| |- - | = — 0.4 |1
11T305PEER-P20 (®| |— —| |- - | - — 0.5 |1
11T308PEER-P20 (@ | |— —| = - | = - 0.8 |1
11T310PEER-P20 (@ |— — |- — | = — 1.0 |1
11T312PEER-P20 |®| |— —| |- - | = — 12 |1
AOET 11T302PEER-P25 (@] |— — = — | = — 02 |1
11T304PEER-P25 (@ | |— — |- - | = — 0.4 |1
11T305PEER-P25 |@| |— —| |- - | - — 0.5 |1
11T308PEER-P25 (@ | |— —| = - | = - 0.8 |1
11T310PEER-P25 (@ |— — |- — | = — 1.0 |1
11T312PEER-P25 (@ | |— —| |- = = — 12 |1
AOET 11T302PEFR-S |—|—|—|—|—|—|-|—-|-| ® | @ — 02 |1
11T304PEFR-S |—|—|—|—|—|—|—-|—|-| ® | @ - 04 |1
11T305PEFR-S |—|—|—|—|—|—|—|—|—-| ® | @ — 0.5 |1
11T308PEFR-S |—|—|—|—|—|—|—-|—-|-| ® | @ - 0.8 |1
11T310PEFR-S |—|—|—|—|—|—|—|—|-| ® | @ — 1.0 |1
11T312PEFR-S |—|—|—|—|—|—|—-|—|—-|] ® | @ — 12 |1
11T316PEFR-S |—|—|—|—|—|—|—|—|—-| ® | @ — 16 |1
11T320PEFR-S |—|—|—|—|—|—|—-|—-|-|] ® | @ - 2.0 |1
11T324PEFR-S |—|—|—|—|—|—|—|—|—-| ® | @ — 24 |1
11T330PEFR-S |—|—|—|—|—|—|—-|—-|-| ® | @ - 3.0 |2
11T332PEFR-S |~ | |- - |- |- |-|- |- @ | @ — 32 |2

Suffix: -G: General-purpose, -H: Strong Edge, -F: Medium Finishing,

-P16/-P20/-P25: High-precision Machining, -S: Non-ferrous metals.
*-P16 is applicable to cutter diameters 14 and 016. -P20 is applicable to cutter diameters 218 and ©20. -P25 is applicable to cutter diameters 925 and 028.

® mark: Standard stocked item (new product/expanded item) H21 5



Modular
Tools

Shoulder
Milling

Q Non-Ferous etal |8 Exotic Alloy

Rak -6° to -12° )
A:glz :;a: [:|1 Snm 90
Fig 1
L11 CRKS
“ |
O i =
8 — ‘III\\lIl I\Hm\i\lllﬁ %I
I
il ;
LF
OAL
Head Dimensions (mm)
Cat. No g| Dia. |MountingDia.| Screw |Overall Length Effective Length| Length | Chamfer | Width |Number of/ Weight Fi
L 5 DC DCON | CRKS OAL LF LS2 L11 H Teeth (kg) 9

WEZ 17025M12Z2 |@® 25 12.5 M1i2 56(55.3) | 35(34.3) 5 10 19 2 0.08 1
17025M1223 |@ 25 12.5 M12 56(55.3) | 35(34.3) & 10 19 3 0.07 1
17028M1222 |@ 28 12.5 M12 56(55.3) | 35(34.3) 5 10 19 2 0.10 1
17030M16Z22 |@ 30 17 M16 63(62.3) | 40(39.3) 5 10 24 2 0.17 1
17030M16Z3 (® 30 17 M16 | 63(62.3) | 40(39.3) 5 10 24 3 015 |1
17032M16Z22 |@ 32 17 M16 63(62.3) | 40(39.3) 5 10 24 2 0.19 1
17032M1623 |@® 32 17 M16 63(62.3) | 40(39.3) 5 10 24 3 0.16 1
17032M16Z4 |®| 32 17 M16 | 63(62.3) | 40(39.3) 5 10 24 4 0.14 |1
17035M16Z2 |®| 35 17 M16 | 63(62.3) | 40(39.3) 5 10 24 2 021 |1
17035M16Z3 |@® 35 17 M16 63(62.3) | 40(39.3) 5 10 24 3 0.19 1
17040M16Z2 (® 40 17 M16 | 63(62.3) | 40(39.3) 5 10 24 2 025 |1
17040M16Z3 |@ 40 17 M16 63(62.3) | 40(39.3) ® 10 24 &) 0.23 1
17040M16Z4 (@ 40 17 M16 63(62.3) | 40(39.3) 5 10 24 4 0.21 1

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

Inserts are sold separately.

Parts Identification Code
Flat Insert Screw |Wrench |Aisdzue Crean WEZ 1 7 025 M 1 2 22
Applicable Cutter @ @ /ﬂ % Series Insert Mounting ~ Number
Size Screw Size  of Teeth
WEZ17025M12Z2 to WEZ17030M16Z3  |BFTX0407IP
WEZ17032M16Z2 to WEZ17040M16Z4  |BFTX0409IP 3.0 [TRDR15IP| SUMI-P
* Modification of the cutter body is required
when mounting a corner radius 2.4 or higher insert.
Modify this portion.

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

Reworking guidelines
Corner radius = 2.4: C1
(AOMT170524PEER)
Corner radius = 3.0: C1
(AOMT170530PEER)
Corner radius = 3.2: C1
(AOMT170532PEER)
Corner radius = 4.0: C2
(AOMT170540PEER)
Corner radius = 5.0: C5
(AOMT170550PEER)
Corner radius = 6.4: C5
(AOMT170564PEER)

Standard: R1.

H21 6 @ Recommended Tightening Torque (N-m) @ mark: Standard Stock (new product/expanded item)



SEC-WaveMill

WEZ 17000M Type PIUKIN(S
4

Insert Dimensions (mm)
Material Classification Coated Carbide Cemented Catidel DLC| Cermet
High-speed/Light FRE RN |2 [N] [P]
Process| General-purpose & RIE [@BWE O [N]

Roughing & P} [K]IPZ as
olo|lo|lolo|o|lo|lo|o O a5
2(2/18|888I18|8I18] o |8 S |Corner| o<

Cat. No. SSIRRISICIgIZZ § IS @  |Radius|Fig ]
=
Q|o|o|o|olo|o|C|C a N RE
x| << X|<|<| <<
AOMT 170502PEER-L o [— —| oj@] — — 02 |1
170504PEER-L oo 00000 - = ) 0.4 |1
170508PEER-L ( 2K e oo o — — [ J 0.8 |1
170512PEER-L e |- - eol® — = 1.2 |1
170516PEER-L e |- - e®e — — 1.6 |1 =2
AOMT 170502PEER-G N ° ojoje| — = 02 |1 S0
170504PEER-G LI ) o000 - — 0.4 |1 3
170505PEER-G ) oo — = 05 |1 =
170508PEER-G 00000000 - — [ 0.8 |1
170510PEER-G ) o0 - = 1.0 |1 I
170512PEER-G [ ) o0 0 - — 1.2 |1 =
170516PEER-G °® ) o0 0 - = 1.6 |1 o
170520PEER-G [ ) o0 o0 - — 2.0 |1 2
170524PEER-G [ o0 - = 2.4 |1
170530PEER-G ° ) e 00 - — 3.0 |1
170532PEER-G [ [ o000 - = 32 |1 2
170540PEER-G ° ® o000 - — 40 |1 2
170550PEER-G (] ) o0 0 - = 50 |2 Fig 1 @
170564PEER-G [ e e — — 6.4 |2 RE
AOMT 170504PEER-H oo0o00000j0 - = = 0.4 |1 . ~ o
170508PEER-H o000 00000 - | — — 08 |1 S =\ 8
170512PEER-H ° elel — | — — 12 |1 * 2 3
170516PEER-H ° oo — | —| — |16 |1 ! g
AOET 170502PEER-F e [— = = = = = 0.2 |1 19.5 5.5 @
170504PEER-F e |— — = — — — 0.4 |1 -
170505PEER-F e |- == = = = 05 |1 g
170508PEER-F o - —| |- - =] - 0.8 |1 = 5z
170510PEER-F e |- == = = = 1.0 |1 83
170512PEER-F o |— —| |- — — — 1.2 |1 Fig 2 %
170516PEER-F o |- - |- - | - — 16 |1 _FAE ~
170520PEER-F o |- —| |- — — — 2.0 |1 0 )
170524PEER-F e |- = = = = = 24 |1 2 & =l s
170530PEER-F o |- —| |- — — — 30 |1 180 5o °
170532PEER-F o |- =l |= — — = 32 |1 N :
170540PEER-F e |- - = — — — 4.0 |1 ‘
170550PEER-F e |- =l |= — = = 50 |2 w
170564PEER-F e |— el B — — — 6.4 |2
AOET 170502PEER-P25 e |- = = = = = 02 [1
170504PEER-P25 o |- - = — — — 0.4 |1
170505PEER-P25 e |- =l |= = = = 05 |1
170508PEER-P25 o | - = — — — 0.8 |1
170510PEER-P25 e |- =l |= = — = 1.0 |1
170512PEER-P25 e |— - = — — — 1.2 |1
AOET 170502PEER-P32 o |- = = — — = 02 [1
170504PEER-P32 o — — |- — — — 0.4 |1
170505PEER-P32 o |— = = = = = 05 |1
170508PEER-P32 e |— - = — — — 0.8 |1
170510PEER-P32 e |— —| |= = = = 1.0 |1
170512PEER-P32 e |— ol I — — — 1.2 1
AOET 170502PEFR-S =l==l==EEEEI=L C ° = 02 |1
170504PEFR-S —\—=|—=|—=|——]—|—|— ® ° — 0.4 |1
170505PEFR-S =l===FEEEEEe (] = 05 |1
170508PEFR-S —\—=|—=|—=|— == ® [ — 0.8 |1
170510PEFR-S =EEEEEEEIEL O [ = 1.0 [1
170512PEFR-S —|—=|—=|=|— == ® [ — 1.2 |1
170516PEFR-S ==l=l=l=l=l=l=l=] ©C [ = 1.6 |1
170520PEFR-S —|—=|=|=|—==]—]—|—- @ ) — 2.0 |1
170524PEFR-S ==l=l=l=l=l=l=l=] © o = 24 |1
170530PEFR-S — === == @ ) — 3.0 |1
170532PEFR-S ==l=l=l=l=l=l=l=] © () = 32 |1
170540PEFR-S —|=|==—=]=]-]—- e ® — 4.0 |1
170550PEFR-S ==l==l=l=l=l=l=] C () = 50 |2
170564PEFR-S —|=1=1=1=l=1=1-1-1 @ [ — 6.4 |2

-L: Low Cutting Force, -G: General-purpose, -H: Strong Edge, -F: Medium Finishing, Recommended Cutting Conditions 1€”H56
-P25/-P32: High-precision Machining, -S: Non-ferrous metals.
* -P25 is applicable to cutter diameters 925 and ©28. -P32 is applicable to cutter diameters 30, 632 and ©35.

® mark: Standard stocked item (new product/expanded item) H21 7




SEC-WaveMill

WEX 2000M Type

Q Non-Ferous etal |8 Exotic Alloy

Rake Radial | 10°to 18°
A Axial | 14° to 25° 100 90°
Fig 1
L1 CRKS
s RN A
39
oL LS2 !
= H
LF
OAL
Head Dimensions (mm)
g o Cat. No. :‘é Dia. Mounting Dia.| Screw  |Overall Length |Effective Length| Length | Chamfer Width  [Number of Fig
=£ & DC DCON CRKS OAL LF LS2 L11 H Teeth
2S5 |WEX 2016M08Z2 |@ 16 8.5 M8 42 25 5 8 13 2 1
@ 2018M08Z2 (@ 18 8.5 ms 42 25 5 8 13 2 1
2020M10Z3 | @ 20 10.5 M10 49 30 5 8 15 3 1
g 2022M10Z3 | @ 22 10.5 M10 49 30 5 8 15 3 1
= 2025M12Z24 (@ 25 12.5 M12 56 35 5 10 19 4 1
_'E) 2028M12Z4 | @ 28 12.5 M12 56 35 5 10 19 4 1
T 2030M16Z4 | @ 30 17.0 M16 63 40 5 10 24 4 1
2032M162Z5 |@ 32 17.0 M16 63 40 5 10 24 5 1
4] 2040M16Z6 | @ 40 17.0 M16 63 40 5 10 24 6 1
? Inserts are sold separately.
o
Insert Dimensions (mm)
o Grade Classification Coated Carbide Carbide| DLC
S High-speed/Light |[@| | |[@ . o
‘€ | |Process| General-purpose EAEALK] [N]
& Roughing | (@ [
oO|lo|lojlo|lo |9 |9 o
g ©518/5/8/8/8 B corer | |
3 Cat. No. ola|d|X|X¥|[S|S| T | = | Radius fig Fig 1
5 S [CRNCRECRNCRNCRNGENES) 5' RE
83 I ||| I|g2| <
5 = 'AXMT 123504PEER-G | ® © |® © © — — 0.4 1
=z 123508PEER-G ([® | ®@ © © © = = 0.8 1 ‘1
123512PEER-G | ®@ ([ ® (@ @ | © — 1.2 1 i
AXMT 123504PEER-H (@@ @0 @ = 04 |1 é}”
123508PEER-H ©® | ®@ © © © — — 0.8 1
123512PEER-H ([ ®@ | ®@ (@ @ | © = = 1.2 1
AXMT 123504PEER-E o o — — 0.4 1
123508PEER-E o o — = 0.8 1
123512PEER-E ® o — — 1.2 1
AXMT 123508PEER-EH ® 0 — = 0.8 1
AXET 123502PEFR-S — === |—|— |- @ [ ] 0.2 1
123504PEFR-S — === |—|—|—| @ () 0.4 1
123508PEFR-S — | === |—]—|—| @ [ 0.8 1

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

Identification Code

WEX 2 016 M08 22

Series Insert Dia. Mounting  Number
Size Screw Size  of Teeth
Parts
Flat Insert Screw | Wrench |Anti-seizure Cream
Applicable Cutter @ @ / %
WEX2016M, WEX2018M BFTX0305IP
WEX2020M to WEX2040M BFTX03061P 2.0 [TRDRO8IP |SUMI-P

H218

@ Recommended Tightening Torque (N-m)

Recommended Cutting Conditions I€5” H76 JRVN{eII Y Lonl o P4 K



SEC-WaveMill

WEX mOOM Type EJENKINIS

Rake Radial | 8°to 15°
RN Axial | 16° to 24° 14 90°
Fig 1
FAIT CRKS
0 SATES = \
=R e
1 o
LS2 ! o5
LF H -
OAL
Head Dimensions (mm)
Cat. No 3 Dia. Mounting Dia.| Screw |Overall Length Effective Length| Length | Chamfer Width  [Number of Fig = @
T & DC DCON CRKS OAL LF LS2 L11 H Teeth =10
WEX 3025M12Z22 | @ 25 12.5 M12 56 35 5 10 19 2 1 @ g
3028M12Z22 (@ 28 12.5 M12 56 35 5 10 19 2 1 -
3030M16Z3 |@ 30 17.0 M16 63 40 5 10 24 3 1
3032M16Z3 |@ 32 17.0 M16 63 40 5 10 24 & 1 %
3035M16Z3 | @ 35 17.0 M16 63 40 5 10 24 3 1 i
3040M16Z4 | @ 40 17.0 M16 63 40 5 10 24 4 1 2
Inserts are sold separately. o
Insert Dimensions (mm) | o
Grade Classification Coated Carbide Carbide| DLC g
High-speed/Light @] | [[@ < BN &
Process| General-purpose (K] [N]
Roughing [K] DE] 9
olololololgS =) D
©121212121818 S Corner . 3
Cat. No. ala e LgssS T 8 Radius [Fig g
212/2|2/2/12|2 a | RE E
AXMT 170508PEER-L (K JK 2K 3K ) — — 0.8 1 =z
AXMT 170504PEER-G (® @6 © © © = = 0.4 1 = $
170508PEER-G (® (@ ([ @ ©® © — — 0.8 1 Fig 1 ) T
170512PEER-G ([ ®@ | ®@ © © © — — 1.2 1 =g
170516PEER-G (® (@ [ @ ©® © — — 1.6 1 F? @
170520PEER-G* (@ (@ (@ | ® | ® —| =] 20 |1 ‘ ()4 ] /v
170530PEER-G* © | @ (| @ @ © — — 3.0 1 i\j =
AXMT 170508PEER-H © © © @ © = = 0.8 1 e 1754
170512PEER-H ©® (@ (@ @ | © — — 1.2 1 )
AXMT 170504PEER-E o o — = 0.4 1
170508PEER-E o o — — 0.8 1
170512PEER-E o o — = 1.2 1
170516 PEER-E o o — 1.6 1
170520PEER-E* o o — = 2.0 1
170530PEER-E* e o — — 3.0 1
AXMT 170508PEER-EH o o — = 0.8 1
AXET 170502PEFR-S — === |—|—| @ [ 0.2 1
170504PEFR-S =|l=|==|=|=[=| C () 0.4 1
170508PEFR-S — =] —]1—]—-] @ [ 0.8 1

-L: Low Cutting force, -G: General-purpose, -H: Strong Edge, -E, -EH: Exotic Alloy, -S: Aluminum Alloy.
* marked inserts require modification of the cutter body.

Identification Code

WEX 3 025 M12 22

Series Insert Dia. Mounting  Number
Size Screw Size of Teeth

Parts

Flat Insert Screw | Wrench |Anti-seizure Cream

Applicable Cutter @ @ / %

WEX3025M to WEX3030M BFTX0407IP
WEX3032M to WEX3040M BFTX0409IP
SUMI-P Anti-seizure Cream is included in the package.

3.0 [TRDR15IP |SUMI-P

N-m Recommended Tightening Torque (N-m) H21 9



Modular
Tools

) . . Shoulder
Chamfering Radius High-Feed Milling

Non-ferrous
Metal

H220

SEC-WaveMill

WFX 08000M Type

Q

ol > L6
Fig 1
Ll CRKS |
BT i
) Sl =
e CH= |
7 LS2
LF
OAL
Head Dimensions (mm)
Cat. No s Dia. Mounting Dia.| Screw  |Overall Length Effective Length| Length | Chamfer | Width |Number of Fi
T & DC DCON CRKS OAL LF LS2 L11 H Teeth 9
WFX 08020M10Z2 @ 20 10.5 M10 49 30 5 8 15 2 1
08022M10Z2 @ 22 10.5 M10 49 30 5 8 15 2 1
08025M12Z22 (@ 25 12.5 M1i2 56 35 5 10 19 2 1
08028M12Z2 @ 28 12.5 M12 56 69 5 10 19 2 1
08030M16Z3 (@ 30 17.0 M16 63 40 5 10 24 3 1
08032M16Z3 (@ 32 17.0 M16 63 40 5 10 24 3 1
08040M16Z3 | @ 40 17.0 M16 63 40 5 10 24 3 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Cabig) DLC| Cermet
High-speed/Light |& & |2 @& (44 < N]
Process| General-purpose ||| | ow|(3)(3] |M8|E4 [N]
Roughing | K1 [P] Fig 1 AE
g|8|8/8/8/8|8|8|8|8 e é,( Corner
Cat. No. § § g % g § % % S8 = g 3 |RadiusfFig 2 %5)7
2R |2 2|RI=|<212 a| & |RE =
SOMT 080304PZER-L ® © © @ ®© ®© ® & &6 & — 0.4 |[1 60 5175
080308PZER-L (® ®© © ¢ ®© 6 ® 06 060 = 0.8 |1 : —
SOMT 080304PZER-G (@ © © & @ ®© © ® &6 0 — 0.4 (1
080308PZER-G (@ © © @ ¢ ®© © © &6 &0 = 08 |1] pig2 .
080312PZER-G | ® (JLJE) o000 — 12 1] ¢
SOMT 080308PZER-H @ ©® © & © © © ®@ &6 &6 = 0.8 |1 '
080312PZER-H @] ejl@e®@¢ e e e 0 — | — 12 |1 )
SOET 080304PZER-G |®| |@(@e(e| ejee/®@ — | | e | 04 |1 - (}
080308PZER-G (©| eeje e ee®e — | — ° 0.8 |1 N\
080312PZER-G | ® (I JK ) (JJL L JK ) — — [ 1.2 |1 RO
SOET 080302PZFR-S |—|—|—|—|— —|— —|—|—| ® | ® | — | 02 |1 o [Fe | 3175
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ ) = 0.4 |1
080308PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ ] — 0.8 |1
XOEW 080308PZTR-W (@ | — |— |—|—|— [ ) = = — |2

Refer to H91 (Precautions when Using Wiper Inserts) (Mounting Precautions).

Identification Code

WEFX 08 020 M10 22

Number

Series Insert Dia. Mounting
Size Screw Size of Teeth
Parts
Flat Insert Screw |Wrench | Aniseire Cream
BFTX0306IP | 2.0 [TRDRO8IPISUMI-P

Recommended Cutting Conditions

Arbors 1€ H213

Work Cutting Speed v, (m/min) | Feed Rate f, (mm/t) | Depthof Cutdy|  Insert
£9 Material Hardness Min. - Optimum - Max. [Min. - Optimum - Max.| (mm) Grade
General Steel| 180 to 280 HB| 150-200-250 0.08-0.12-0.18 <6 |ACU2500
Mild Steel| < 180HB 180-250-350 0.10-0.15-0.20 <6 ﬁgiggg
Die Steel | 200 to 220 HB| 100-150-200 0.08-0.12-0.18 <4 |XCU2500
Stainless - ACU2500
M Steel 160-200-250 0.10-0.15-0.20 <6 ACM300
ACU2500
ACK200
Cast Iron 250HB 100-175-250 0.10-0.15-0.20 <6 |ACK300
XCU2500
XCK2000
Non-ferrous - H1
Metal 300-500-1,000 | 0.10-0.15-0.20 <6 DL1000
: ACU2500
E:l?t'c — 30- 50 -80 0.08-0.13-0.18 | <6 |ACM200
oy ACM300
INWH The cutting conditions above are a guide. Actual conditions will need to be adjusted according to

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

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



SEC-Sumi Dual Mill

SEC-
Modular
DMsmaoOOM Type Tool Cast Iron | Harered e
Rak Radial |-11° t -13°
o R 1
Fig 1
L1
= CRKS
x =
] g gog
og
s oy
LF H
Head Dimensions (mm)
Cat. No §|Max. Dia.| Dia. |MountingDia.| Screw |OverallLength Efeciive Length| Length |Chamfer| Width |Number | Weight Fi
T &) DCX DC | DCON | CRKS | OAL LF LS2 L11 H |ofTeeth| (kg) |9
DMSW 08035M1622 | O 35 18.6 17 M16 63 40 5 10 24 2 0.18 1
08040M1623 | O 40 23.5 17 M16 63 40 5 10 24 S 0.20 1
08042M16Z3 42 25.5 17 M16 63 40 5 10 24 3 0.22 1
Inserts are sold separately. %
=r
g
g
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light Fig 1
Process| General-purpose [
Rough Cutting [
8 |Inscribed |, . Corner
Cat. No. § Circle U022 Radius [Fig
) IC S RE
WNMU 0807ZNER-G O 13 7 1.6 |1
Identification Code Recommended Cutting Conditions I

DMSW 08 040 M16 Z3

Series Insert Size

Parts

Dia. Mounting

Screw Size

Flat Insert Screw

Integrated Wrench

Anti-seizure Cream

S @

/

o

BFTX0513IP | 5.0

TRDR20IP

SUMI-P

N-m) Recommended Tightening Torque (N-m) O mark: Planned Stock (stock confirmation requested)

Work Cutting Speed v, (m/min)| Feed Rate f, (mm/t)
£o Material AEIEITEES Min. - Optimum - Max. |Min. - Optimum - Max.

Number General Steel| Below 280HB | 100- 160 -250 | 1.0- 1.5 -2.0
of Teeth

Alloy Steel | Below 280HB | 100- 160 -200 1.0- 1.5 -1.8

Alloy Steel | Below 42HRC | 100- 150 -180 0.8- 1.0 -1.2

Stainless Steel = 80- 120 -150 0.8- 1.0 -1.2

Cast Iron — 100- 160 -250 1.0- 1.5 -1.8

Hardened Steel| Below 52HRC 80- 100 -120 0.3- 0.5 -0.7

- The above figures are guidelines for use with BT50 machine tools at depth
of cut (a,) of 1.5mm.

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

H221



SEC-WaveMill

WFXH 08000M/12000M Type P K[N]S[H
(WFXHOSOOOM
e e S| 25—

(08000M Type) (12000M Type)

Fig 1
CRKS
. : B
o] a
o
oL Ls2 4
=
H
OAL
Head (Applicable Insert SOMTO08 Type) pimensions mm)  Head (Applicable Insert SOMT12 Type) Dimensions (mm)
) S5 | MacDi | Dia | g, | Sorew Dl Bl Longth | Cranfer| Wit | Nomber | Weigt | S5 |MacDia| Dia || Sorew el B Length | Crafer| Wi | Namber | Weigt | —
52 oz e, & 10CX| DC |0coN| GRS | OAL| L | LS2 | Lt | H |en| (gl |79 o e, &2 D0X| DC |00 |cR¥S|0AL| LF | LS2 | L11 | H |oaa fg) |79
25 | WFXH 08025M12Z2 | @ |25 [115[12.5M12 56 (35| 5 [10[19]| 2 |0.1] 1 WFXH 12040M16Z3 | @ | 40 |'18.1]17.0M16/63|40| 5 |10(24| 3 |0.2] 1
@ 08032M16Z3 | @ | 32[185/17.0M16/63 40| 5 |10|24| 3 |0.2| 1 Inserts are sold separately.
* indicates value with corner radius 1.2 inserts mounted. * indicates value with corner radius 1.6 inserts mounted.
E Refer to H149 for details. Refer to H149 for details.
L_C'.‘ Insert Dimensions (mm)
%’ Grade Classification Coated Carbide Cemented Catid) DLC| Cermet
High-speed/Light | 5|2 @ | <R N]
Process| General-purpose |&i|fn| |/ ow|3|[3] |M4]l4 [N]
E Roughing | K] [P]
:: §§§§§§§§§§ § S Corner
Cat. No. SYalalalgRIXss T |28 B  |Radius|Fig Fig 1 RE
ololQ|olo|S|O|o oo = ~ RE
o IR <X ||| < o =
= | SOMT 080304PZER-L (® ® ® ® ©6 & © & 6 & — 0.4 |[1 ° ﬁ;ﬂ
€ 08030SPZER-L |® ®© © ©6 © ®© 6 06 060 — 0.8 |1 @ &ﬂ
S | SOMT 080304PZER-G (@ ©® © © ®© © © ® 6 & — — 0.4 |[1
o 080308PZER-G (® ©® © @ @ ® 6 © &0 0 — 0.8 |1 8.0 3175
@ 080312PZER-G | @ (LK ) o000 — 1.2 |1 ‘
3_| | SOMT 080308PZER-H (@ |® © ©/® ® © 0 6 6 — — 0.8 |1
3% 080312PZER-H ®| e/le e e e 006 — | — 1.2 |1
£= | SOET 080304PZER-G |® ® oo o066 = ) 0.4 |[1| Fig2 RE
2 080308PZER-G |® ® o o0 o006 — [ ) 0.8 |1 P
080312PZER-G || @ee®e e ee® — | — ° 1.2 |1 {;@ ‘
SOET 080302PZFR-S |[—|—|—|—|—|—|—|—|—|—| @ [] — 02 |1 a .
o ==4
080304PZFR-S |— — == == |=—] @ (] = 0.4 |1
080308PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ ] — 0.8 |1
SOMT 120408PDER-L | ® © /® © ® ®© © © ¢ & — — 0.8 |2 12.7 4.76
SOMT 120404PDER-G (©® © © © © © © © &6 © — — 04 |2
120408PDER-G |© | ®© © © © © 6 6 &6 & — () 0.8 |2
120412PDER-G | @ ® o e o006 — — 1.2 |2
120416PDER-G |® e o o0 o006 = = 1.6 |2
120408PDER-H © | ® © © © © © 6 6 & — — 0.8 |2
SOET 120408PDFR-S | —|—|—|—|—|—|—|—[—|—| @ [ = 0.8 |2

e . Precautions for Use I€"H149  Arbors I€ H213
Identification Code

WFXH 08 025 M12 Z22

Series Insert Dia. Mounting  Number
Size Screw Size of Teeth
Parts Recommended Cutting Conditions
Flat Insert Sorew| Wrench [Wisie0en| | work | nsert | CUMING | |nsert 025 032 240 250 063
Applicable Material | Grade Slpiee Cat. No. |, % fz ap fz 8p f | 8 fz ap fz
pg tt Vo (M/min) 7| (mim) | mm/rey)| (mm) | mmirey) | (mim) | mmey) | (mm) |mmiey)| (mm) | (mmitey)
utter @ G Seel| » 0000 | 100-150-200 | SOMTO8 | 0.8 [ 0.8 [ 0.8 [ 0.8 [ 0.8 [ 0.8 [ 08|08 08038
Below 200HB somt2| — | — | — | — [1.0]10]1.0]10]10] 10
WFXH08000M [BFTX0306PP | 2.0 [TRDR0BIP [ Aloy Steel SOMT08 | 0.7 | 08 | 0.7 | 08 | 0.7 | 0.8 | 0.7 | 0.8 | 0.7 | 0.8
WEXH12000M [3Fr0a512P] 3.0 TROR15IP | UM P | | Above HRGas | ACP200| 80-130-180 gayryn | — | = | = | = |08 | 1.0 08 |10 08| 1.0
(V1) Saness Stee “on1en| SOMT08| 0.8 | 0.7 | 08 |07 | 0.8 | 0.7 |08 | 0.7 | 0.8 | 0.7
SUS304, et, |\ CM300) 80-120-150  gomrp | — | = | = | = | 10| 08| 10|08 | 1.0/ 08
[ Cast Iron SOMT08 | 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0 | 0.8 | 1.0
FC,FCD |ACK300/100-150-200 | goyrqn | = | = | = | = |10 |12 | 10| 12|10 12
(50 ercered el oo | SOMT08| 05 | 0.5 | 0.5 | 05| 0.5 | 0.5 | 05| 0.5 | 0.5 | 0.5
Bolow HRcs0 | ACK300| 40- 80100 gamrip| = | = | = | = |06 ] 08| 06]08]06]08

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

- The above recommended cutting conditions assume a tool overhang length of L/D=3 (i Ige overhang length of 3 times tool diameter) or less.
When tool overhang is more than L/D=3 and less than or equal to L/D=5, settings should be adjusted to
approximately 70 to 80% of those indicated in the above recommended cutting conditions (ap, f).

When tool overhang is more than L/D=5 and less than or equal to L/D=8, settings should be adjusted to
approximately 50 to 60% of those indicated in the above recommended cutting conditions (ap, £).

H222 N-m Recommended Tightening Torque (N-m) @ mark: Standard Stock (new product/expanded item)



SEC-Metal Slash Mill

MSX 06000M/08000M/12000M rype £  [@MEIL)
il e o] (10 gp] (15— 5] 20 5]

(06000M Type) (08000M Type) (12000M Type)

Fig 1
x
g 5 g
o c
MSX06000M Type @ n::
type s  sngle-camp type) MSX08000M Type
MSX12000M Type OAL
Head (Applicable Insert WDMTO06 Type) Dimensions (mm)
Cat. No ‘g | Max. Dia. [Mounting Dia.|  Screw  |Overall Length Effective Length|  Length | Chamfer Width  |Number of Fiol = 4]
o &»| DCX DCON CRKS OAL LF LS2 L11 H Teeth 9 =9
MSX 06016M08Z22 | @ 16 8.5 M8 42 25 5 8 13 2 1188
06018M08Z2 | @ 18 8.5 M8 42 25 5 8 13 2 1 =
MSX 06020M10Z3 | @ 20 10.5 M10 49 30 5 8 15 3 1
06022M10Z3 | @ 21.7 10.5 M10 49 30 5 8 15 3 1 %
06025M12Z3 @ 24.7 12.5 M12 56 35 5 10 19 3 1 3
Inserts are sold separately. g
Q
Head (Appllcable Insert WDMTO08 Type) Dimensions (mm)
Cat. No ‘S| Max. Dia. |Mounting Dia.|  Screw |Overall Length Effective Length|  Length | Chamfer Width  |Number of Fi 50l
e &»| DCX DCON CRKS OAL LF LS2 L11 H Teeth 9 2
MSX 08025M12Z2 | @ 25 12.5 M12 56 35 5 10 19 2 1 &
08028M12Z2 @ 28 12.5 M1i2 56 35 5 10 19 2 1
MSX 08030M16Z3 | @ 30 17.0 M16 63 40 5 10 24 3 1 o
08032M1623 | @ 32 17.0 M16 63 40 5 10 24 3 1 =
08035M16Z3 | @ 35 17.0 M16 63 40 5 10 24 3 1 3
Inserts are sold separately. g.
«Q
Head (Applicable |nsel"t WDMT1 2 Type) Dimensions (mm) =z
Cat. No ‘g | Max. Dia. [Mounting Dia.|  Screw |Overall Length Effective Length|  Length | Chamfer Width  |Number of Fi §$
o &»| DCX DCON CRKS OAL LF LS2 L11 H Teeth 9 s )
MSX 12032M16Z2 | @ 32 17.0 M16 63 40 5 10 24 2 1 gé
12035M16Z2 | @ 35 17.0 M16 63 40 5 10 24 2 1 *
12040M16Z3 | @ 40 17.0 M16 63 40 5 10 24 3 1
Inserts are sold separately.
Insert Dimensions (mm)
Grade Classification Coated Carbide
High-speed/Light .
Process|  General-purpose  |#a|fm 68| |
Roughing AL Fig 1
88|88 |inseribed . Corner ] c
Applications Cat. No. &R cice Th|cg1 *S|Radius Ap(;:) leglele Fig
Q|10|0|9| I RE utter
|| <
G - WDMT 0603ZDTR ® ® 0 @® 635 30 1.5 |MSX06000M Type| 1 N
pj?;g:e 0804ZDTR ® ®® ® 35 | 40 | 2.0 |MSX08000M Type| 1 s
1205ZDTR ® @ ® ©® 1200 5.0 2.0 |MSX12000M Type| 1
Honed WDMT 0603ZDTR-H ©® ® ® @®| 635 3.0 1.5 |MSX06000M Type| 1
T"”ee 0804ZDTR-H |®|® @®|® 85 | 40 | 2.0 |MSX08000M Type| 1
w 1205ZDTR-H |@® @ @ |®|12.00| 50 | 2.0 |MSX12000M Type| 1

Recommended Cutting Conditions 1€" H155 JRVA{SIeIEY Cond s P4
Identification Code

MSX 06 016 M08 Z2

Series Insert Size Dia. Mounting ~ Number
Screw Size  of Teeth

Parts

Flat Insert Screw| Wrench [Clamp Plate] C-Ring |Clamp Screw | Anti-seizure Cream

N
Applicable Cutter @ @ ,’ @] @ Q\\\\N f
/| ®
MSX06000M Type BFTX02505IP | 1.5 TRDROSIP — — —
MSX08000M Type BFTX0306IP | 2.0 CCH3.5 CRO03 BFTX03510IP08 |SUMI-P
MSX12000M Type|BFTX0409IP | 3.0 TRDR15IP |CCH3.5 CRO3 BFTX03510IP15

N-m Recommended Tightening Torque (N-m) H223
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Modular
Tools

Head (Standard Pitch) Applicable Insert IC = 8mm Type  bimensions mm) ~ Head (Extra Fine Pitch) Applicable Insert IC = 8mm Type  bimensions (mm)

9] -5 (MatDa | Dia. | ol | Screw | edlah Bt Length | Craer| Wik Number | Weiht | . 5 | MenDa | Dia. |l | Sorew | (el | el | Lengtn | Chanfe| Wicth (Numoer | Weight | .
%E oz e, & 100X DC |0coN| GRS | OAL| L | LS2 | Lt | H |en| (gl 19 Cat. No. &2 00X| DC |00 |cR¥S|0AL| LF | LS2 | L11 | H |oaa (g 719
25 | RSX 08020M10Z2 |@|20|1210.5M10/49(30| 5 | 8|15] 2 [0.1] 1 RSXF 08020M10Z3 @ 20 |12(10.5M10/49|30| 5 | 8|15| 3 |0.1]1
@ 08025M12Z3 @ |25 |17 |12.5M12/56|35| 5 |(10(19| 3 |0.1] 1 08025M12Z4 @ 25|17 |12.5M1256|35| 5 |10|19| 4 |0.1| 1
3 08032M16Z4 @ 32|24 [17.0M16/63|40| 5 |10(24| 4 |0.2] 1 08032M162Z5 @ 32|24 [17.0M16/63 40| 5 |10|24| 5 |0.2| 1
(0]
E Head (Standard Pitch) Applicable Insert IC = 10mm Type  bimensions mm) ~ Head (Extra Fine Pitch) Applicable Insert IC = 10mm Type  bimensions (mm)
=2 S |MecDe | Dia. e Scre| D el | Lenth | k| Wit omber Wit . S (VD | Dia. g, e D el Lenth| Gk Wit orber Weiget .
= Cat. No. |2 ncx| D |ocon|cais| OAL|LF | LS2 | Lit | H |oen| gl 19 Cat. No. |2 ncx| DC |06 ca¥s| OAL|LF | LS2 | Lit | H |oen| b |19
RSX 10025M12Z2 @ 25|15(12.5M1256|35| 5 |10/19| 2 |0.1| 1 RSXF 10025M12Z3 @ 25|15|12.5M12 56 |35| 5 |10(19| 3 |0.1] 1
2 10032M16Z3 |@ 32|22 17.0M16/63 40| 5 |10(24| 3 |0.2] 1 10032M16Z4 @ |32 |22(17.0M16/63 40| 5 |10/24| 4 |0.2] 1
2
T Head (Standard Pitch) Applicable Insert IC = 12mm Type  bimensions mm) ~ Head (Extra Fine Pitch) Applicable Insert IC = 12mm Type  bimensions (mm)
-5 (Mot Da | Dia. |l | Screw | ed ) Bt Lengt | Creer| Wit | Numbe | Weiht | . -5 (Mo | D, [yl | Screw | Dedlsth| el Lengt | Chener | Wicth | Number | Weght | —.
o Cat.No. | 2 Inex| D [noov|caiS | OAL| L | LS2 | L1 | H | (gl |79 Cat.No. | 2 Inex| D [noon cass | OAL| L | LS2 | 11| H | gl 19
E RSX 12032M16Z2 @ |32|20 [17.0M16/63 40| 5 |10(24| 2 |0.2| 1 RSXF 12032M16Z3 @ 32|20 (17.0M16/63 |40| 5 |10|24| 3 |0.2| 1
= 12040M16Z3 |@® 40|28 (17.0M16/63 40| 5 |[10/24| 3 |0.3] 1 12040M16Z4 |@® 40|28 (17.0M16/63 40| 5 |[10/24| 4 |0.3] 1
g Inserts are sold separately.
% _ Insert Dimensions (mm)
§ % | Grade Classification | Coated Carbide
SE High-speed/Light VEIVEII Fig 1 Fig 2
Z | |Process|General-purpose |y | | [4| 14 |44 e
Roughing K]
81888 |8 |inscrbed|Corner|..
Cat. No. % % s % %’ Circle |Radius Thiess Applicable Cutter [Fig
I |z 2 2 &) IC RE S 10025 ‘ ‘St0.025 S0.025
k= HHHHHE s
RDET 10T3SMOEN-G | ® | ®© ® ® ® 10 | 50 |3.97 1
10T3MOEN-H |@ |@ |@ | @ |@ | 10 | 5.0 |3.07 [SXFI0000RSESM Tyee atm Hvee
RDET 1204MOEN-G (® (@ ® ® ® | 12 | 6.0 |4.76 2
1204MOEN-H | @ | @ |@ | @ | @ | 12 | 6.0 | 4.76 "\I12000RSESM Type

REIeIn I te o NNt e N el e[l i Log s R [51t)  Precautions for Mounting Inserts 1I€"H164  Arbors 1€ H213

Identification Code

RSX F 10025 M12 Z2

Series Extra Insert Cutter Dia.  Mounting  Number
Fine Size Screw Size  of Teeth
Pitch
Parts

Flat Insert Screw | Wrench |Anti-seizure Cream

Applicable Cutter @ @ / %

RSX(F)08000M BFTX02506IP| 1.5 |[TRDRO8IP
RSX(F)10000M Type BFTX03584IP| 3.0 | oo o [SUMI-P
RSX(F)12000M Type BFTX0409IP | 3.0

H224 @ Recommended Tightening Torque (N-m)



SEC-Wave Radius Mill

WRCX 08000M/10000M/12000M type (1 (@ MEILT

Ilsmm)HGmm)‘

(08000M Type) (10000M Type) (12000M Type)

SPUe Radial | -3°to0° I 4mm)
Angle Axial -3° I

Fig 1
L11
CRKS
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= 55

o c
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WRCX08000M Type

WRCX10000M Type

WRCX12000M Type

Head (Applicable Insert IC = 8mm Type) pimensions (mm)  Head (Applicable Insert IC = 10mm Type) Dimensions (mm)

5 | Max. D | Diax. | vl | Screw | el el | Length | Carter| Wi | Nurbe | —. S | M. Die. | Diax. | lvirga | Screw | Ol el Length | Carter | Wi | Nurbe | . @
Cat. No.  |.2/ncx| DC |DcON|CRKS| OAL | LF |LS2|L11] H |dtes| 719 Cat. No.  |.2/ncx| DC |DcON|CRKS|OAL| LF |LS2|L11| H |ieT'9] (28
WRCX 08020M10Z2 | @ | 20 | 12 [10.5M10{ 49 | 30| 5 | 8|15/ 2 |1 WRCX 10025M12Z2 | @ | 25 | 15 [12.5M12 56 35| 5 |10({19| 2 |1 ||@ &
08025M12Z3 (@ | 25 | 17 [12.5M12/ 56 | 35| 5 |10|19| 3 | 1 10028M12Z2 (@ | 28 | 18 |12.5M12/ 56 |35 | 5 |10(19| 2 | 1 -
Inserts are sold separately. 10030M16Z3 (@ | 30 | 20 [17.0M16/ 63 | 40 | 5 |10|24| 3 | 1
10032M16Z3 |@| 32 | 22 [17.0M16/ 63 | 40 | 5 |10]24| 3 | 1 %
Head (Applicable Insert IC = 12mm Type) Dimensions (nm)  'erts are sold separately. il
®
-5 (Max.Dia| D ity D Screw| el g el Length Chamfer Wich Nmber| . . =
Cat. No. 1.2 |ncx| DC |DeON|CRKS| OAL | LF |LS2|L11| H otTeeth‘F'g Identification Code
WRCX 12040M16Z4 @ 40 | 28 [17.00M16/ 63 | 40| 5 |10]24| 4 |1
Inserts are sold separately. WRCX 08 020 M1 0 Z2 @
Q
Series Insert Dia. Mounting ~ Number c’
Size Screw Size of Teeth @
Insert Dimensions (mm) E'(?
Grade Classification |Coated Carbide |Cemented Carbide | DLC %
High-speed/Light (3| | |3 <IN Fig 1 Fig 2 =
Process| General-purpose FAEAK] [N] @
Roughing (K] SN e z
olo|o[o|o o . e e @ =3
Isit=1k=2k=1k=] S |Inscrbed| Corner |-, . " Ho)H e 8] =5
Applcatons Cat. No. EIRIRISICl T |2 cioe Redus| o A%Jhcable Fig }J, N\ 53
OlO|OI0|O = cIREI| S utter Q
<< (< o Ic o0° S Ic s @
QPMT 080330 PPEN ( 2K 2K K ) — — 1
080330 PPEN-H s - - 8 | 3.0 |3.18 |WRCX08000M Type 1 Fig
General-| QPMT 107335 PPEN eeo0 0 — Y P R p—
pupese” 10T335PPEN-H | @ @@ (@] — | — Bl b 4 e
QPMT 120440 PPEN ® e o0 e — — 1 ] o
120440 PPEN-H s - | 12 | 4.0 |4.76 |WRCK12000M Type 1 &j
Non-Fermous| QPET 10T350PPFR-S | — | — | — | — | — [ ] @ | 10 | 5.0 | 3.97 |WRCKI0000M Type| 2 IC s
Metds | QPET 120460 PPFR-S | —|—|—|—|— () @ | 12 | 6.0 |4.76 |WRCKI2000MType| 2 -
Surfing| QPMT 120460 PPER-R ( JK — — [ 12 | 6.0 |4.76 |WRCKI2000MType| 3
*1 -H at the end means the strong edge type. Arbors 1€ H213
Recommended Cutting Conditions
Diameter 220 to 232 mm Diameter 40mm
Work Cutting Speed v, (m/min) | Feed Rate f, (mm/t)| Insert Work Cutting Speed v, (m/min) | Feed Rate f, (mm/t)| Insert
D Material AERIIEES Min. - Optimum - Max. | Min. - Optimum - Max.| Grade 9 Material Hardness Min. - Optimum - Max. | Min. - Optimum - Max. | Grade
Carbon Steel|180 to 280 HB 80-120-160 0.10-0.30-0.40 | ACP200 Carbon Steel|180to 280 HB| 100-160-200 0.20-0.40-0.60 | ACP200
Alloy Steel|180 to 280 HB 60-100-140 0.10-0.20-0.30 | ACP200 Alloy Steel|180t0 280 HB| 100-140-180 0.20-0.30-0.40 | ACP200
Stainless Steel — 60-100-120 0.10-0.15-0.20 | ACP300 Stainless Steel — 80-120-160 0.10-0.20-0.30 | ACP300
Cast Iron| 250HB 60- 80 -120 0.10-0.20-0.30 | ACK200 Cast Iron | 250HB 80-120-160 0.10-0.20-0.40 | ACK200
Non-ferrous Metal — 200-500-1,000 | 0.10-0.20-0.30 | DL1000 Non-ferrous Metal — 200-500-1,000 | 0.10-0.30-0.40 | DL1000
The cutting conditions above are a guide. Actual conditions will need to be adjusted |INJ#¥8l The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors. according to machine rigidity, work clamp rigidity, depth of cut and other factors.
Parts

Flat Insert Screw |Wrench |Antiseizue Orgam

Applicable Cutter @ @ / f

WRCX08000M BFTX02506IP| 1.5 [TRDRO8IP
WRCX10000M BFTX03584IP| 3.0 [TRDR15IP[SUMI-P
WRCX12000M BFTX0409IP | 3.0 [TRDR15IP

N-m Recommended Tightening Torque (N-m) H225
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SEC-WaveMill

WFXC 08000M/12000M type

Rake Radial

— s

Q Non-Ferous etal |8 Exotic Alloy

Angle Axial
Fig 1
CRKS
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4
LS2 H
Head (Applicable Insert SOMTO08 Type) Dimensions (mm)
Cat. No g |Min.Chanfer Dia. Max. Dia.|Mounting Dia.| Screw | Overall Length Effective Length| Length |Chamfer| Width | Number | Weight Fi
S &| DCT DCX | DCON | CRKS | OAL LF LS2 L11 H |ofTeeth| (kg) |9
WFXC 08016M08Z2 | @ 16 25.5 8.5 M8 42 25 5 8 13 0.1 1
DC1 and DCX dimensions are values with an insert with 0.8 corner radius mounted.
Head (Applicable Insert SOMT12 Type) Dimensions (mm)
Cat. No g |Min.Chanfer Dia.| Max. Dia.|Mounting Dia.| Screw | Overall Length Effective Length| Length |Chamfer| Width | Number | Weight Fi
o &»| DCA DCX DCON | CRKS OAL LF LS2 L11 H of Teeth | (kg) 9
WFXC 12025M12Z3 | @ 25 41.0 12.5 M12 56 32 5 10 19 0.1 1
12032M16Z3 | @ 32 48.0 17.0 M16 63 40 5 10 24 0.2 1
DC1 and DCX dimensions are values with an insert with 0.8 corner radius mounted.
Insert Dimensions (mm)
Grade Classification Coated Carbide Cemented Catid) DLC| Cermet
High-speed/Light |&| & |2 @E 4 Kul [N]
Process| General-purpose |&i |t [KIKIIPEIPE [N]
Roughing (K] [P]
o9 olojlo|@|o|lo|9Q |9
23222 I8ISISIglgl = |8] 5 |[Comer | .,
Cat. No. SIE] % % % S (% (x) SIS I = & Radius|Fig] "9 e
<
2R22|<|R|=|<|2|2 | F RE
SOMT 080304PZER-L © ©® © ®© ®© © 6 ® 06 & — — 04 |1 S\"]
080308PZER-L (@ @ @ @@ 00 @00 — | - 0.8 |1 s HED)
SOMT 080304PZER-G |© © ©/0 © © ® ® 0 o — | 04 |1 =4
080308PZER-G (®© © © © @ ©6 @ ©¢ @0 O — 0.8 |1
080312PZER-G | @ (JL L) e e e — 1.2 |1 8.0 |3.175
SOMT 080308PZER-H © @& © & © © 6 & 6 & — 0.8 |1
080312PZER-H | @ (JLJIL) oo e e — 1.2 |1
SOET 080304PZER-G | @ (2K 2K J oo o e — ([ J 04 [1| Fig2
080308PZER-G |® o 0o o0 0o — [ ] 0.8 |1 RE
080312PZER-G | ® (JL I e o0 e — [ J 1.2 |1 =
SOET 080302PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ — 02 |1
080304PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ — 04 |1 5 %37 ‘
080308PZFR-S |—|—|—|—|—|—|—|—|—|—| @ [ ] — 0.8 |1 L-\_g L
SOMT 120408PDER-L ®© © © © ®© © 6 & 06 & — — — 08 |2 127 76
SOMT 120404PDER-G © © © © © © @ © 06 & — — 04 |2 : e
120408PDER-G (© © © © & © © @ 0 & — () 08 |2
120412PDER-G |® o 0o o e o0 e — — — 12 |2
120416PDER-G | ® (I K ) e 06 — — 1.6 |2
SOMT 120408PDER-H © © © © © © 6 & 06 & — — — 08 |2
SOET 120408PDFR-S | —|—|—|—|—|—|—|—|—|—| @ [ ) — 08 |2

Identification Code

Precautions for Use 1€ H181

Recommended Cutting Conditions

Arbors 1€ H213

WFXC 08 01 6 M08 22 Work Cutting Speed v, (m/min)| Feed Rate f, (mm/t
B e Hardness | \u ° o.ftimun:(- Max.) Min. - Optimuzng = Ma)x.
Series Insert Dia. Mounting  Number
Size Screw Size  of Teeth General Steel| 180 to 280 HB 150-200-250 0.05-0.10-0.15
Mild Steel < 180HB 180-265-350 0.10-0.15-0.20
Parts Die Steel | 200 to 220 HB 100-150-200 0.05-0.10-0.15
Stainless Steel — 150-200-250 0.05-0.10-0.15
Flat Insert Screw | Wrench | Ariseizue Grean Cast Iron 250HB 100-175-250 0.05-0.10-0.15
Applicable Cutter @ / % Non-ferrous Metal — 300-500-1,000 0.10-0.15-0.20
@ Exotic Alloy — 30- 50 -80 0.10-0.15-0.20
WEXCO8000M BFTX0306 | 15 TROROGIP BTN 20corcing o maChne riiait. work Siam fiidiy. dapth of out andother factare,
WFXC12000M BFTX03512IP| 3.0 TRDR15IPSUMI_P

@ Recommended Tightening Torque (N-m) @ mark: Standard Stock (new product/expanded item)
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BOdy (Steel) Dimensions (mm)
Cat. No Stock Dia. |Max. Dia.|MountingDia.| Screw |Overall Length |Effective Length| Length |Chamfer| Width [Number| Weight Fia I8 @
e DC DCX | DCON | CRKS | OAL LF LF2 L11 H |of Teeth| (kg) 9 % g
ANXS 16025M12Z02 | ® @ 23 25 | 125 | M12 | 61 40 5 10 19 2 o1 1] @8
16030M16Z03 ® 28 30 17.0 M16 70 47 5 10 24 3 02 |1
o 16030M16Z04 (] 28 30 17.0 M16 70 47 5 10 24 4 02 |1 T
‘3 16032M16Z03 [ J 30 32 17.0 M16 70 47 5 10 24 3 0.3 1 ‘g_
= 16032M16204 [ J 30 32 17.0 M16 70 47 5 10 24 4 03 |1 <lnT'
16040M16Z04 [ ] 38 40 17.0 M16 70 47 5 10 24 4 0.4 1 2
16040M16Z06 [ J 38 40 17.0 M16 70 47 5 10 24 6 04 |1
Blades are sold separately.
If using blades with corner radius (ANB1604R/ANB1608R), DC = DCX. §
Weight indicated includes the weight with blades and other spare parts. g-
(7]
Blade Dimensions (mm) =
— CD gl ]
Grade Classification |SUMIDIA st Dia?ﬂond 3
High-speed/Light| [ Fig 1 Fig 2 Fig 3 g
Process |General-purpose| [ -~ 16 < 16 5 - 16 5 @
Roughing [N] 6.0 | 9.0 6.0 /E =
g =) i : = S
= = Cutting| Corner | Wiper o . ] ] ] =5
Cat. No. - 5 Edge |Radius| Flat |Applications|Fig = = i = 53
= @ |Length| RE |Shape _ i -9
ig ig @
ANB 1600R-L ([ — 6.0 — Linear | Low Resistance| 1 - 16 16
1600R-G () = 6.0 — | Arc-Shaped | General-purpose| 1 2.0
1600R-H [ ] — 6.0 —  |Arc-Shaped| Strong Edge| 1
1600R-GX [ ) — 9.0 —  |Arc-Shaped | Long Edge| 2 = f&
1604R ([ — 6.0 0.4 | Linear | Comer Radius| 3
1608R ( = 6.0 | 0.8 | Linear |ComerRadius| 3
1600R-W ([ J — 2.0 —  |Arc-Shaped | Wiper 4
1600R-WS — O = — | Arc-Shaped| Wiper 5
Parts Identification Code
Cap Screw | Adiustment Screw| Wrench [Adustment Wrench ANX S 1 6 032 M1 6 203
\) ) o ) .
\\\N \ Series Steel Blade  Cutter Dia.  Screw Size Number
@ ‘ @ /] Body Size of Teeth
BXA0310IP 2.0 HFJ TRXW10IP ANT Maximum Allowable Spindle Speed SCV10 Wiper Blade Step Amount
The adjustment wrench (ANT) can also be used for height adjustment = WS Type
of the High-speed Cutter RF Type and High-efficiency Cutter HF Type. Cat. No. n max(min™)
. . ANXS 16025M12Z02 10,000
Rfecommended cS)ut’ung Conditions 16030M16203 10,000
Si content of 12.6% or less 16030M16204 10,000 Emsm
1SO| Work Material | 011" SPeed e (NI)] | Feec Amelk (il | Bladd 16032M16203 10,000 i
. in. pumum ax. n. ptimum ax. 16032M16204 10’000 5 E’_
Aluminum Alloy | 2,000 - 2,500 - 3,000 0.05- 0.13 - 0.20 DA1000 16040M16204 10,000 Z i
INIS® The cutting conditions above are a guide. Actual conditions will need to be adjusted 38
according to machine rigidity, work clamp rigidity, depth of cut and other factors. 16040M16206 10,000 L Sy
Si content of over 12.6% 054l =! | D
DX "
) Cutting Speed v, (m/min)| Feed Rate f, (mm/t) Blade
ISO | Work Material |\ . "~ Optimum - Max. | Min. - Optimum - Max.| Grade /\ CAUTIONS (For more details, refer to the instruction manual included with the product)
Aluminum Alloy 400 - 600 - 800 0.05-0.13 -0.20 | DA1000 When using the WS Type (SCV10 wiper blade), in order to maintain balance,

N-m Recommended Tightening Torque (N-m) @ mark: Standard Stock (expanded item) O mark: Planned Stock (new product/stock confirmation requested)

The cutting conditions above are a guide. Actual conditions will need to be adjusted
according to machine rigidity, work clamp rigidity, depth of cut and other factors.

be sure to use a cutter with an even number of cutting edges and place the
WS Type blades at opposite positions.

H227






