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About 

Asphalt 

  
  

We, ASPHALT SYNDICATE LLP. Specialise In Tools Application 

Engineering. We Are Mainly Focused In Solid Carbide 

Endmiill & Ballnose, Carbide Drills, Carbide Inserts & Circular 

Saw Blade. We Are One OF The Pioneers In Tool Engineering 

And With The Practical Experience In Metal Cutting Tools & Its 

Various Applications, We Are In A Position To Render Our 

Technical Services & Bring Down Your Tool Cost Per 
Component. 

Choose Asphalt Syndicate LLP. For Carbide Tools That 

Combine Innovative Engineering Unmatched Quality, And 

Affordability. Join The Ranks OF Satisfied Customers Who Have 

Elevated Their Machining Capabilities With Our Top-notch 

Products. Experience The Asphalt Syndicate LLP. Advantage 

And Witness The Difference In Your Manufacturing Operations. 

ASPHALT SYNDICATE LLP. Is Bound To Share Their Expertise And 

Support With Customers To Built A Greater INDIA. 

 



INDUSTRIES WE SERVE 
  

  

Aerospace Automotive 

  

Oil & Gas Metal Fabrication 

  

    

Heavy Machinery Marine 

    

A ASPHALT 

  

Surgical 

    

Construction 

IMPACTFUL PRESENCE 
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A ASPHALT 

Flat Carbide Endmiill 

4 Flute 
  

  

    
       

  

          

  

    

    

  

      
COIN J 

6535-HA 

Stainless 
Steel 

        

  

   AITICrN 
40°-42° Unequal 
  

Slotting Pocketing Facing Ramping | Side Milling 
  

  

Dia (D) Flute Total Shank 
Length (1) Length (L) Dia (d) 

  

  

      

a 3 9 50 4 

4 12 50 4 

5 15 50 6 

bE 6 18 50 6 
8 24 60 8 

10 30 75 10 

- 12 36 75 12 

16 45 100 16 

20 50 100 20 

| 4 Dia(D) Tolerance 

Up to (mm) 

6 +0/-0.02 

| 12 +0/-0.025 

20 +0/-0.03 

| Unequal Spacing of Teeth and Variable Leads ¢ Shank Dia (d) Tolerance hé 

|—-| 

  

@14# G2 & AFB 

  

Applicable Working Material Excellent © Good 

Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless Steel Steel Cast Iron & Steel Titanium Inconel 
~HB225 HB225~325 HRc~S0 HRe~55 HRc~60 Aluminium ee 

oO oO 
1-2  



  

A ASPHALT 

Flat Carbide Enamiill 

4 Flute 
  

  

  

       
  

  

      

Dia (D) Flute Total Shank 
Length (I) Length (L) Dia (d) 

1 3 50 4 

2 6 50 4 

a 3 9 50 4 

4 12 50 4 

5 15 50 6 

bE 6 18 50 6 
8 24 60 8 

10 30 75 10 

_ 12 36 75 12 

16 45 100 16 

20 45S 100 20 

| 4 Dia(D) Tolerance 

Up to (mm) 

6 +0/-0.02 
| 12 +0/-0.025 

| 20 +0/-0.03 

| Equal Spacing of Teeth and Variable Leads ¢ Shank Dia (d) Tolerance hé 

|—-| 

  

@1=G2 & AFB 

  

2) 
= 
1 

© 
7 Applicable Working Material Excellent © Good 

Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless 
Steel Steel Cast Iron & Steel Titanium Inconel 
~HB225  =HB225~325  HRc~50. HRe~55 HRc~60 Aluminium 

oO O O 0 
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A ASPHALT 

Ballnose Carbide Endmiill 

2 Flute 

AITIN Z B 
30° 2 Flute 

Profilling Side Milling 

Dia (D) Flute Total Shank 

[ [ [ [ & [ & Length (I) = Length (L) _ Dia (d) 

RO.5 2 50 4 

RO.6 24 50 4 

RO.7 2.8 50 4 

BQ RO.75 3 50 4 

R1 4 50 4 

a R1.25 5 50 4 

R15 6 50 4 

R1.75 7 50 4 

~ R2 8 50 4 
_ R1 4 50 6 

! R1.25 5 50 6 

| R1.5 6 50 6 

1 R1.75 7 50 6 

| 4 R2 8 50 6 
| R2.5 10 50 6 

i R3 12 50 6 

| R3.5 14 60 8 

I R4 16 60 8 

| RS 20 75 10 
! R6 24 75 12 

| R8 32 100 16 

| || R10 40 100 20 

a 

Dia(D) Tolerance 

Up to (mm) 

6 +0.005 

12 +0.01 

20 +0.015 

« Shank Dia (d) Tolerance hé 

Applicable Working Material Excellent © Good 

Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless spat 
Steel Steel Cast Iron & Titanium Inconel 

~HB225  HB225~325. - HRe~50 | HRc~55 HRc~60 Aluminium Steel 

| | | oO | Oo OO OO | 
5-6       
 



  

  

     

    

  

    

  

  

  

  

  
  

  

        

  

ee ae A ASPHALT 

| a ae Ballnose Carbide Enamill 
| alleles 2 Flute 

7 eo oe 
_ ee oe 

; ee i | 
ga f 

ee on on | AlTicrsin a B Con] 
30° 2 Flute 6535-HA 

r r | i oe | Profilling | Side Milling 

Dia (D) Flute Total Shank 
ee ee | & 5 Length (I) Length (L) | Dia (d) 

RO.5 1.5 50 4 
7 oe _| 

RO.6 2 50 4 

| RO.7 2 50 4 

B RO.75 2.5 50 4 

LI RI 3 50 4 

R1.25 4 50 4 
[a] 

R1.5 5 50 4 

R1.75 5.5 50 4 

~ R2 6 50 4 

— RO.5 1.5 50 6 

! RO.6 2 50 6 

| RO.7 2 50 6 

1 RO.75 2.5 50 6 

| R1 3 50 6 
1 oI 

| R1.25 4 50 6 

R15 5 50 6 

| R2 6 50 6 

\ R2.5 8 50 6 

| R3 9 50 6 
\ R3.5 "1 60 8 

| R4 12 60 8 

: R5 15 75 10 

o R6 18 75 12 

Dia(D) Tolerance 

Up to (mm) 

6 +0.005 

12 +0.01 

e Shank Dia (d) Tolerance hé 

Applicable Working Material @ Excellent © Good 

Carbon Alloy Hardened Steel High Hardened Steel Copper . 
Steel Steel ardenee sree g Cast Iron & Stainless Titanium Inconel 

~HB225 HB225~325.  HRc~50 HRe~55 HRe~65 Aluminium ee  



A ASPHALT 

Flat Carbide Endmiill 

4 Flute 
  

  

COIN J Universal 

  

        

  

  

      

  

Dia (D) Flute Total Shank 
Length (1) Length (L) Dia (d) 

: 2 5 50 4 

5 7 50 4 

bE 4 10 50 4 
5 12 50 6 

6 15 50 6 

- 6 21 75 6 

8 20 60 8 

8 28 75 8 

— 8 40 100 8 

10 25 75 10 

| 4 10 35 100 10 

12 30 75 12 

; 12 42 100 12 

| 16 40 100 16 

16 56 150 16 

20 50 100 20 

| 20 70 150 20 

Ls 
Dia(D) Tolerance 

Up to (mm) 

6 +0/-0.02 

12 +0/-0.025 

20 +0/-0.03 

e Shank Dia (d) Tolerance hé 

Applicable Working Material Excellent © Good 

Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless oo. 
Steel Steel Cast Iron & . Steel Titanium Inconel 

~HB225 HB225~325 HRc~50 HRe~55 HRc~60 Aluminium 

oO  



  

  

    

       

      

ae A ASPHALT 

weiieiets Utron 
ie oe oe ee 
SEEEE Flat Carbide 

Ss Uncoated U-Groove Endmiill Dia (D) Five oy Totaly, Shank 
engt Length (L Dia 

= 2 Flute - 55 HRC ; = 7 
1.5 5 50 4 

on on on oe 2 6 50 4 

2.5 8 50 4 
oe on oe a wom 3 10 50 3 

Py r | | | U-Groove 35° 2 Flute 6535-HA Ferrous 3 10 50 4 

Slotting Pocketing Facing Ramping | Side Milling 3.5 12 50 4 

oe oe | 4 12 50 4 

BS & & 5 1 Sy 5 15 50 5 

= 5 © &@ 6 18 50 6 
7 21 60 8 

r | | 
8 24 60 8 

| 9 27 75 10 

10 30 75 10 

La 1 33 75 12 Y” 

+= 12 36 75 12 OQ 
r 14 45 100 14 a] 

16 45 100 16 Oo. 

18 45 100 18 Q 

20 45 100 20 oe} 

1 75 4 

1.5 75 4 

2 75 4 
a 

3 15 75 4 

4 15 75 4 

5 20 75 5 

6 25 75 6 

8 30 75 8 

10 45 100 10 

12 45 100 12 

14 60 150 14 

16 60 150 16 O. 

18 60 150 18 5 

Dia(D) Tolerance 20 60 150 20 la 
Up to (mm) 

6 +0/-0.02 3 12 100 3 

12 +0/-0.025 = go ie = 
20 +0/-0.03 5 25 100 5 m 

6 30 100 6 xs 
® Shank Dia (d) Tolerance hé 6 35 150 6 _ 

8 40 100 8 O 

Applicable Working Material 8 50 150 8 O. 

; 10 50 150 10 5 

wor 12 60 150 12 iO 

@ @ Excellent © Good  



  

Utron 
Flat Carbide 

Uncoated U-Groove Enadmniill 

5 Flute - 55 HRC 
  

  

Q Non- 

U-Groove 35° 3 Flute 6535-HA Ferrous 

Slotting Pocketing Facing Ramping | Side Milling 

® (8 )|8|s 
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Dia(D) Tolerance 
Up to (mm) 

6 +0/-0.02 

12 +0/-0.025 

20 +0/-0.03 

* Shank Dia (d) Tolerance hé 

Applicable Working Material 

Non- 
Ferrous 

e @ Excellent © Good 

Dia (D) 

O
a
u
n
r
a
n
s
 =
 

=
 =a 
a
 

F
N
 O
 

Flute 
Length (I) 

15 

15 

20 

25 

30 

45 

45 

60 

60 

60 

60 

12 

20 

25 

30 

35 

40 

50 

50 

60 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 
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eae A ASPHALT 

7 Astron 
HHH EH S&H 
SEEESD Flat Carbide 

DLC Coated U-Groove Endmiill | pia o Fite Total |, Shank 
engt Length (L Dia 

miele! — — 3 Flute - 55 HRC vee 
see ee 1.5 5 50 4 

BHEE EH Hi 2 6 50 4 

2.5 8 50 4 
oe oe oe @ ' 3 10 50 3 

ae a U-Groove 35° 3Flute | | 6535-HA Ferrous 3 10 50 4 

Slotting Pocketing Facing Ramping | Side Milling 3.5 12 50 4 

oe 4 12 50 4 

Ps) & & | | Sy 5 15 50 5 

= 5 © &@ 6 18 50 6 
= | 7 21 60 8 

8 24 60 8 

| he 9 27 75 10 

10 30 75 10 

La 1 33 75 12 Y” 

12 36 75 12 OQ 

4 45 100 4 a] 

16 45 100 16 Oo. 

18 45 100 18 Q 

20 45 100 20 eo} 

1 75 4 

1.5 75 4 

2 75 4 

3 15 75 4 

4 15 75 4 

5 20 75 5 

6 25 75 6 

8 30 75 8 

10 45 100 10 

12 45 100 12 

4 60 150 4 

16 60 150 16 O. 

18 60 150 18 5 

Dia(D) Tolerance 20 60 150 20 la 
Up to (mm) 

6 70/-0.02 3 12 100 3 

12 +0/-0.025 = go ie = 

20 +0/-0.03 S 2s 100 S [v1 
6 30 100 6 xs 

® Shank Dia (d) Tolerance hé 6 35 150 6 _ 

8 40 100 8 O 

Applicable Working Material 8 50 150 8 O. 

wom 10 50 150 10 5 

Ferrous 12 60 150 12 lO 

e @ Excellent © Good  



  

Asphalt Premium Elegance Is beauty 

that never Fades 

  

Ba  



   Premium A ASPHALT 
Flat Carbide Endmiill 35° 

  

  

  

TISIN Coated 

= Rolla Daa oumnltolanslo D4 A Flute _ 55 HRC 

pe ©6 nm Particle Dia (D) Flute Total Shank 

DIN 6535 Form HA Length (I) Length (L) __ Dia (d) 

as 5 | Steel 30-55 HRC 1 2.5 50 4 
a P20 1.5 4 50 4 

ve 3 Hot Die Steel (H13, H11, H21) 2 5 50 4 

= v Stainless Steel <55 HRC 2.5 6.5 50 i 
=) © D2 3 7.5 50 3 

= E Aluminium 3 75 50 4 

i) 9 3.5 9 50 4 

ae o 4 10 50 4 

5 13 50 5 

6 15 50 6 

7 20 60 8 

8 20 60 8 

9 25 75 10 

10 25 75 10 

1 30 75 12 ” 

12 30 75 12 OQ 

14 45 100 14 | 

16 45 100 16 5 

18 45 100 18 = 

20 45 100 20 oe} 

1 3 75 4 

1.5 5 75 4 

2 6 75 4 

3 9 75 4 

a 4 4 75 4 
5 20 75 5 

6 21 75 6 

8 30 75 8 

10 45 100 10 

_ 12 45 100 12 

4 60 150 4 

16 60 150 16 O 

18 60 150 18 5 

j 20 60 150 20 lO 

| 

3 12 100 3 

4 18 100 4 

| 5 25 100 5 fm 

6 27 100 6 as 

6 40 150 6 _ 

' 8 35 100 8 O 

8 50 150 8 O 

1 10 55 150 10 5 

12 60 150 12 lO                 

17-18  



Flat Carbide ENCmiill righ Hetix (45°) 

4 Flute - 55 HRC 

Steel 30-55 HRC 

P20 

Hot Die Steel (H13, H11, H21) 

Stainless Steel <55 HRC 
D2 

Aluminium 
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Dia (D) 
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Flute 
Length (I) 

2.5 

4 

5 

6.5 

7.5 

7.5 

9 

10 

13 

15 

20 

20 

25 

25 

30 

30 

45 

45 

45 

45 

12 

18 

25 

27 

40 

35 

50 

55 

60 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 
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Ballnose Carbide Endnmiill 

2 Flute - 55 HRC bia (0) 

Steel 30-55 HRC ROS 
P20 RO.75 

Hot Die Steel (H13, HII, H21) RI 
Stainless Steel <55 HRC R125 
D2 R15 

Aluminium R1.5 
R1.75 

R2 

R2.5 

R3 

R3.5 

R4 

R4.5 

RS 

RS.5 

R6 

R7 

R8 

R9 

R10 

  

R
e
c
o
m
m
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d
e
d
 

Fo
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RO.5 

RO.75 

R1 

& R1.5 

R2 

R2.5 

R3 

R4 

RS 

R6 

R7 

R8 

R9 

R10 

  

    

R15 

R2 

R2.5 

R3 

R3 

R4 

R4 

RS 

R6           

Flute 
Length (I) 

MO 
N
A
O
 

AO
 

WH 
F
W
D
 

W
w
W
N
H
N
H
N
 

DN 
F
e
 
P
a
 
a
 

a
N
w
O
R
F
N
O
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A
A
 

F
N
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40 

10 

12 

12 

16 

16 

20 

24 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 
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A ASPHALT A ASPHALT 

Ballnose Carbide Endmiill Ballnose Carbide EnNdnmiill sigh tetix (45°) 
4 Flute - 55 HRC 2 Flute - 55 HRC Dia (D) Flute Total Shank 

Length (I) Length (L) Dia (d) 
    

    

      

             
          
  

5 Steel 30-55 HRC 5 Steel 30-55 HRC RO.S 2 50 4 

w P20 iris P20 RO.75 3 50 4 

3 Hot Die Steel (H13, H1I, H21) Dia (D) Flute Total Shank 3 Hot Die Steel (H13, HII, H21) R1 4 50 4 

9 aimless Steels <55 HRC Length (I) Length (L) Dia (d) B Stainless Steel <55 HRC R1.25 5 50 4 

® Aluminium RO.5 2 50 4 c b2 7 ; = ; E Aluminium R15 6 50 Z E RO.75 3 50 4 E R175 7 50 4 g RI 4 50 4 o R2 8 50 4 
o R1.25 5 50 4 x R2.5 10 50 5 

R1.5 6 50 3 
R3 12 50 6 

R1.5 6 50 4 R3.5 4 60 8 
R175 7 50 4 

R4 16 60 8 
R2 8 50 4 R4.5 18 75 10 
R2.5 10 50 5 R5 20 75 10 Wn 
R3 12 50 6 R5.5 22 75 12 + 
R3.5 4 60 8 R6 24 75 12 OQ 
R4 16 60 8 ” R7 28 100 14 a 
R45 18 75 10 hal QO O R8 32 100 16 O 
RS 20 75 10 

RO 36 100 18 
R5.5 22 75 12 a] — 

O R10 40 100 20 Oo. 
R6 24 75 12 

R7 28 100 4 Q 

R8 32 100 16 Oo. RO.5 2 75 4 

RO.75 3 75 4 

RO.5 2 75 4 Ss i. 7 = ; . R1.5 6 75 4 

a a te 5 “ > : r: : a R2.5 10 75 5 
R1.5 6 75 4 in R3 12 75 6 
R2 8 75 4 | R4 16 75 8 
R2.5 10 75 5 | R5 20 100 10 
R3 12 75 6 

i R6 24 100 12 
R4 16 75 8 v7 _ R7 28 150 4 
RS 20 100 10 é R8 32 150 16 O 
R6 24 100 12 i 

R7 28 150 4 O | - a = = al | | R10 40 150 20 lO 
R8 32 150 16 ie) | 

| 
| - R1.5 6 100 3 

i R15 6 100 3 | R2 8 100 4 
R2 8 100 4 R2.5 10 100 5 mM 
R2.5 10 100 5 Mm 1 R3 12 100 6 xs 
R3 12 100 6 xs | = 
R3 12 150 6 = = = a : O 
R4 16 100 8 OQ | CT R4 16 150 8 
R4 16 150 8 O R5 20 150 10 g I | R5 20 150 10 J | R6 24 150 12 la 
R6 24 150 12 lO i 

—e 
a 
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A ASPHALT 

Corner Radius (CR) Carbide Enadmiill 

Carbide Enamiill 55 HRC - 6 mm Shank 

4 Flute - 55 HRC 

    

  

  

  

  

  

  

            
  

    

  

                
  

    

Dia(D) CRC) Flute Total shank 5 | Steel 30-55 HRC AF Flat Endmiill 
gth (Il) ~~ Length(L) Dia (d) mg P20 

5 Stee! 30-55 HRC 5 05 8 50 3 8 tot Die Steel (H13, HII, H21) Dia (D) Flute Total shank 

o . 3 1 8 50 3 iS ainless Steel <55 HRC Length (I) Length (L) Dia (d) 
o Hot Die Steel (H13, H1l, H21) i Os 10 50 A 0 D2 

9 Stainless Steel <55 HRC : E Aluminium 1 3 50 6 5 D2 4 1 10 50 4 E 15 4 50 6 
E | aluminium 5 0.5 2 50 5 8 2 5 50 6 ” 
E 5 1 12 50 5 & 25 8 50 6 O 
8 6 0.5 15 50 6 3 8 50 6 a 
& 6 1 15 50 6 3.5 10 50 6 Q 

8 0.5 20 60 8 om 4 10 50 6 Q 
8 1 20 60 8 5 12 50 6 QO 
10 0.5 25 75 10 wn a 

10 1 25 75 10 — an 1 3 75 6 
10 15 25 75 10 O 1.5 5 75 6 
12 0.5/1 30 75 12 5 _ 2 6 75 6 
12 15 30 75 12 6 | 25 6 75 6 
12 2/2.5 30 75 12 = y 3 12 75 6 
16 1/2/25 35 100 16 oe} | 3.5 12 75 6 O 

4 20 75 6 5 

3 0.5 12 75 3 | - S 20 7s 6 lO 
3 1 12 75 3 
4 0.5 20 75 4 | 
4 1 20 75 4 

| . 
ol : 7 = = : | 2F Ballnose Endmiill 
Pa 6 0.5 25 75 6 | Dia (D) Flute Total Shank 

6 1 25 75 6 = Length (I) Length (L) Dia (d) 

8 0.5 30 75 8 ROS 2 50 é 
8 1 9 He e & RO.75 3 50 6 

_ 10 0.5 40 100 10 RI h 50 é w 
10 [ “ Loo io - a R1.25 5 50 6 O 

; 12 0.5 45 100 12 O RIS 6 50 6 | 
4 12 1 45 100 12 5 iz RI75 5 eG F QO 

16 1 - 150 16 lO | R2 8 50 6 o 
4 My R2.5 10 50 6 QO 

I 3 0.5/1 12 100 3 
A 0.5/1 20 100 4 | RO.5 2 75 6 

| 5 0.5/1 20 100 5 m | 4 RO.75 3 75 6 
é 0.5/1 30 100 6 x ) RI 4 75 6 
6 1 40 150 6 7 | R1.25 5 75 6 
8 0.5/1 35 100 8 O | R15 6 75 6 
a 7 50 150 8 O | R175 7 75 6 O 
10 1 60 150 10 5 | R2 8 75 6 5 

12 1 60 150 12 lO | R2.5 10 75 6 lO 

a         
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Carbide 

Lone Neck Endniill 

55 HRC 

  

  
  

          

  

  
  

    

5 Steel 30-55 HRC 

uw P20 

3 Hot Die Steel (H13, HT, H21) 
2 Stainless Steel <55 HRC 
® D2 

E Aluminium 

° 
YO 
® 
ow 

i- 
| 

| 

i Dia (D) 

| 
| 1.5 
| 2 

2.5 
: 3 

& 

| 
| i—___1 

| Dia (D) 

: 
| RO.5 

RO.75 
' RI 
| R1.25 
| R1.5 

i       

AF Flat Enamiill 
Flute Total Shank 
Length (I) Length (L) Dia (d) 

4/6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

10/12/15/20 50 r
P
P
P
r
r
e
r
 

2F Ballnose Endmiill 

Flute Total Shank 
Length (I) Length (L) Dia (d) 

4/6/8/10/12/15/20 50 

4/6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

10/12/15/20 50 r
P
P
P
r
r
e
r
 

DJ
OP

LI
OI

S 
DJ

OP
LI

OI
S   

Micro Carbide Enadnmiill 

2 Flute - 55 HRC 

  

5 Steel 30-55 HRC 

uw P20 
3 Hot Die Steel (H13, HT, H21) 
Q Stainless Steel <55 HRC 
© D2 
E Aluminium 

° 
oO 
oO 
ox 

  

  
4 Dia (D) 

  

0.3 

0.4 

0.5 

0.6 

0.7 

0.8           

  

  
Dia (D) 

  

RO.15 

RO.2 

RO.25 

RO.3 

RO.35 

RO.4       

      

Flute 
Length (I) 

2/3/4/6/8/10 

2/3/4/6/8/10 

2/3/4/6/8/10 

2/3/4/6/8/10 

2/3/4/6/8/10 

2/3/4/6/8/10 

A ASPHALT 

Flat Endmiill 
Total 
Length (L) 

50 

50 

50 

50 

50 

50 

Shank 
Dia (d) 

P
P
P
s
 

DJ
OP

LI
OI

S 

Ballnose Endnmiill 

Flute 
Length (I) 

2/3/4/6/8 

2/3/4/6/8 

2/3/4/6/8 

2/3/4/6/8 

2/3/4/6/8 

2/3/4/6/8 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

Shank 
Dia (d) 

P
P
P
 

P
P
 

D
J
O
P
L
I
O
I
S



  

A ASPHALT 

Flat Carbide Endnmiiill 
AITISIN Coated 

Coates 
4 Flute - 65 HRC 

  

  

  

  

jE 
o O4nm Particle 

Dia (D) Flute Total Shank é AIN 2636 ORE 
Length (I) Length (L) Dia (d) 

ce K Steel 30-65 HRC 1 2.5 50 4 = ° 5 S P20 ; 15 4 50 4 
ws 3 Hot Die Steel (H13, HII, H21) 2 5 50 4 

5 u Stainless Steel <65 HRC 2.5 6.5 50 4 5 
oO Hardened Steel 3 75 50 3 = E Carbon Steel 5 oe = 4 

© 9 3.5 9 50 4 
a © 4 10 50 4 

5 3 50 5 

6 15 50 6 

7 20 60 8 

8 20 60 8 

9 25 75 10 

10 25 75 10 

u 30 75 12 w 

12 30 75 12 OQ 

4 45 100 4 a 

16 45 100 16 oO 

18 45 100 18 Q 

20 45 100 20 QO 

1 3 75 4 

15 5 75 4 

2 6 75 4 

3 9 75 4 
a 4 13 75 4 

5 20 75 5 

6 20 75 6 
4 8 2h 75 8 

10 45 100 10 

_ 12 45 100 12 

4 60 150 4 

16 60 150 16 O 

18 60 150 18 5 

20 60 150 20 lO 

| 

\ 3 12 100 3 

4 25 100 4 
5 25 100 5 m 

6 25 100 6 x 

6 40 150 6 _ 

8 35 100 8 O 
8 50 150 8 O 

1 10 60 150 10 5 

12 60 150 12 lO       
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A ASPHALT A ASPHALT 

Ballnose Carbide Endmiill Corner Radius (CR) 

2 Flute - 65 HRC Da(©) Fe, Total_ Shank Carbide Endnmiill 

a —_ 4 Flute - 65 HRC 

    

  
  

  

    

  

              

5 | Steel 30-65 HRC RO. 2 50 “ 
Y P20 RO.75 3 50 4 Dia (D) CR (r) Flute Total Shank 

& | Hot Die Steel (HIS, Il, H21) RI a 50 a 6 | Steel 50-65 HRC benath (| Lenath (1) | Bia (a) 2 | Stainless Steel <65 HRC R1.25 5 50 z 5 | P20 3 05 8 50 3 D Hardened Stee! R15 é 50 3 o Hot Die Steel (H13, H11, H21) 3 1 8 50 3 
E Carbon Steel RLS é 50 4 Q Stainless Steel <65 HRC i Os 10 50 h 

E R175 7 50 4 © Hardened Steel : 
9 _ 3 50 i E | carbon steel ‘ "0 °° : ® ~~ = i : E 5 0.5 12 50 5 

PS 12 50 6 2 : ~ = > = m = ; 4 6 0.5 15 50 6 

a 16 60 8 . = = : 
R45 18 75 10 : °° = 73 ; 
= 20 75 10 ~ = : = = = i W 10 0.5 25 75 10 wn 
~ = , o O 10 1 25 75 10 — 
= x ~ . = 10 1.5 25 75 10 OQ 

O. 12 0.5/1 30 75 12 a] 
R8 32 100 16 O 12 15 30 75 12 Oo. 

=—s—_s—— 2 a tale a 8 © 16 1/2/25 35 100 16 oe} 

Ss RO.5 2 75 4 3 0.5 12 75 3 
RO.75 3 75 4 3 1 12 75 3 

4 R1 4 75 4 4 0.5 20 75 4 
R15 6 75 4 cs 4 1 20 75 4 
R2 8 75 4 . a | YS 7 ,. ; 5 0.5 20 75 5 

- 5 1 20 75 5 
| R3 12 75 6 6 0.5 25 75 6 
| RA 16 75 8 

LY 6 1 25 75 6 
rs _ i = 8 0.5 30 75 8 

| R7 28 150 4 ~ . = = ; | — 10 0.5 40 100 10 
| R8 32 150 16 O | 10 1 40 100 10 O 
| R9 40 150 18 > 12 0.5 45 100 12 5 | R10 40 150 20 lO — 12 1 45 100 12 ie) 

s 
| R15 6 100 3 4 
| ; 3 05/1 12 100 3 

i m5 [1 oT : oo | R2. "00 ° fm | 5 0.5/1 20 100 5 Tm 

| a 6 05/1 30 100 6 x 
; R3 12 150 6 O 6 1 40 150 6 | 
| RA 16 100 8 O 
| I— 8 0.5/1 35 100 8 
| RA 16 150 8 O 8 1 50 150 8 CT 
| R5 20 150 10 5 10 1 60 150 10 g 
| R6 24 150 12 lO 12 1 60 150 12 lO 

7 
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Carbide 

Lone Neck Endmiill 

65 HRC 

  

  

  
  

    

      
  

  
  

5 Steel 30-65 HRC 

w P20 

S Hot Die Steel (H13, HT, H21) 
Go Stainless Steel <65 HRC 
o Hardened Steel 

E Carbon Steel 
3 
Oo 
® 
mw 

a 
| 
| 
| 

Dia (D) 

| 
| 1 
| 1.5 

| 2 
| 2.5 

3 

gS 

Chel 

| 
| 

| 5 Dia (D) 

I 

| RO.5 
| RO.75 
| R1 

R1.25 
| R15 
|     

      

A ASPHALT 

AF Flat Endmiill 
Flute Total Shank 
Length (I) Length (L) Dia (d) 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

10/12/15/20 50 P
r
 

F
P
 

2F Ballnose Enadnmiill 

Flute Total Shank 
Length (I) Length (L) Dia (d) 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

6/8/10/12/15/20 50 

10/12/15/20 50 P
P
P
 

r
e
 

P4
JO
PU
NI
S 

P4
JO
PU
NI
S   

Micro Carbide Enadnmiill 

2 Flute - 65 HRC 

Steel 30-65 HRC 
P20 

Hot Die Steel (H13, H11, H21) 

Stainless Steel <65 HRC 
Hardened Steel 

Carbon Steel 

  

R
e
c
o
m
m
e
n
d
e
d
 

Fo
r 

  

  
Dia (D) 

  

0.3 

0.4 

0.5 

0.6 

0.7 

0.8           

  

  
Dia (D) 

  

RO.15 

RO.2 

RO.25 

RO.3 

RO.35 

RO.4           

A ASPHALT 

Flat Endmiill 
Flute Total Shank 

Length (I) Length (L) Dia (d) 

2/3/4/6/8/10 50 4 w 

2/3/4/6/8/10 50 4 O 
2/3/4/6/8/10 50 4 =] 

2/3/4/6/8/10 50 4 oO 

2/3/4/6/8/10 50 4 je! = 
2/3/4/6/8/10 50 4 QO 

Ballnose Endmiill 

Flute Total Shank 

Length (I) Length (L) Dia (d) 

2/3/4/6/8/10 50 4 Y 

2/3/4/6/8/10 50 4 O 
2/3/4/6/8/10 50 4 =] 

2/3/4/6/8/10 50 4 oO 

2/3/4/6/8/10 50 4 OQ = 
2/3/4/6/8/10 50 4 QO



A ASPHALT 

Flat Carbide Endmiill 

  

  

  

® AITIN Coated 

‘~T  35° Helix 4 Fiute - 5O H RC Dia (D) Flute Total Shank 
& 0.6 nm Particle Length (I) Length (L) Dia (d) 

(© __DIN 6535 Form HA 1 5 50 i 

co L Mild Steel 
L 2 Casting 1.5 4 50 4 

O D Steel 30-45 HRC 2 5 50 4 
oO $ EN Grade Material 2.5 8 50 4 

5 Aluminium 3 8 50 3 

E 3 8 50 4 
E 35 10 50 4 

o 4 10 50 4 

fa 5 12 50 5 

6 15 50 6 

7 20 60 8 

8 20 60 8 

9 25 75 10 

10 25 75 10 

1 30 75 12 

12 30 75 12 Y 

14 40 100 14 OQ 

16 45 100 16 | 

18 45 100 18 QO 

20 45 100 20 Q 

25 45 100 25 oe} 

1 3 75 4 

1.5 5 75 4 

2 6 75 4 

3 12 75 4 

4 20 75 4 

5 20 75 5 

6 25 75 6 

8 30 75 8 

10 40 100 10 

12 45 100 12 

14 60 150 14 

16 60 150 16 O 

18 70 150 18 5 

20 70 150 20 lO 

3 12 100 3 

4 25 100 4 

5 25 100 5 m 

6 30 100 6 x 

6 40 150 6 _ 

8 35 100 8 OQ 

8 50 150 8 O 

10 50 150 10 5 

12 60 150 12 lO     
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A ASPHALT A ASPHALT 

Ballnose Carbide Enadmiill Ballnose Carbide Enadmiill 
2 Flute - 50 HRC 4 Flute - 50 HRC 

Dia (D) Flute Total Shank 
Length (I) Length (L) Dia (d)     

    

      

    

      
        

5 Mild Steel ROS 2 50 4 5 Mild Steel 
re Casting RO.75 3 50 4 u Casting bia (0) rlut Total shank 

- ia ute t 3 | Steel 30-45 HRC RI i 50 A 3 | Stee! 30-45 HRC Flute ay | etn ay | Stans 
oS EN Grade Maierial R125 5 50 h 5 EN Grade Material 
c Aluminium = c Aluminium 8 RLS ; 50 3 ° RO.5 2 50 4 

RO.75 3 50 4 R15 6 50 4 
E E RI 4 50 4 o R175 7 50 4 9 
U o RO 8 50 h 3 R1.25 5 50 4 
a R2.5 10 50 5 RIS 6 50 3 

= 0 50 6 R15 6 50 4 
R35 1h 60 3 R175 7 50 4 

R4 16 60 8 Bz 8 50 4 
R45 18 75 10 R2.5 10 50 5 

R3 12 50 6 R5 20 75 10 
R5.5 22 75 12 w R3.5 4 60 8 

R6 24 75 12 OQ Be 16 60 8 W 
RT 08 100 1h a. R45 18 75 10 S 

R5 20 75 10 R8 32 100 16 
RO 36 100 18 O R5.5 22 75 12 al 

— R6 24 75 12 R10 40 100 20 Oo. O 
R7 28 100 4 = 
R8 32 100 16 Oo. 

RO.5 2 75 4 
RO.75 3 75 4 
RI A 75 A RO.5 2 75 4 

S RO.75 3 75 4 R15 6 75 4 
R2 8 75 4 a RI 4 78 4 

a ROS 10 75 5 R15 6 75 4 

7 R3 12 75 6 R2 8 75 4 
an RA 16 75 8 R2.5 10 75 5 

| R3 12 75 6 RS 20 100 10 
LL R6 24 100 12 Be us e 8 

| R7 28 150 14 - RS 20 100 10 - 

| R8 32 150 16 O ES oe 100 12 O 
| R9 40 150 18 5 R7 28 150 4 > 

R10 40 150 20 iO RS 32 150 16 lO 

| 
| 4 4 R15 6 100 3 
| R15 6 100 3 1 RD a aa A 

| R2 8 100 4 R2.5 10 100 5 m 
! R2.5 10 100 5 mr = Bs 100 6 x 

Res) B 100 6 + R3 12 150 6 O 
R3 12 150 6 O RA 16 100 8 

| R4 16 100 8 — RA 16 150 3 5 

R4 16 150 8 O | RS 20 150 10 5 

| RE 20 150 10 54 R6 24 150 12 iO 
R6 24 150 12 iO 

= 
    

     



A ASPHALT A ASPHALT 

Corner Radius (CR) Carbide Endmiill 
Carbide Endnmiill 50 HRC - 6mm Shank 

4 Flute - 50 HRC 

    

  

  

  

  

              

  

    

  

              
  

  

| 5 | Mia stect AF Flat Endmill 
L Mild Steel Dia (D) CR (r) Flute Total Shank aa Casting 
° : Length (1) Length (L) Dia (d) So Steel 30-45 HRC . 2 Casting o EN Grade Material Dia (D) Flute Total Shank 
3 | Steel 30-45 HRC 3 0.5 8 50 3/4 FT atuminium Length (I) | Length (L) | Dia (d) 
3 ph crace Material 3 1 8 50 3/4 E 1 3 50 6 
© 4 0.5 10 50 4 E 15 4 50 6 
E 4 1 10 50 4 9 2 5 50 6 ” 
9 5 0.5 12 50 5 & 2.5 8 50 6 O 
8 5 1 12 50 5 3 8 50 6 a 

6 0.5 15 50 6 3.5 10 50 6 oO. 
6 1 15 50 6 og 4 10 50 6 Q 
8 0.5 20 60 8 5 12 50 6 QO 
8 1 20 60 8 

a 
10 0.5 25 75 10 an ao 1 3 75 6 
10 1 25 75 10 al 1.5 5 75 6 
10 1.5 25 75 10 O = _ 2 6 75 6 
12 0.5/1 30 75 12 3. | 2.5 6 75 6 
12 1.5 30 75 12 } @\ 1 3 12 75 6 
12 2/25 30 75 12 = | 35 12 75 6 O 
16 1/2/25 35 100 16 QO | 4 20 75 6 5 

| 4 5 20 75 6 lO 

3 0.5 12 75 3 
3 1 12 75 3 | 
4 0.5 20 75 4 
4 1 20 75 4 | j i 2 : ‘ = = : | 2F Ballnose Endmiill 

"| | . 5 1 20 75 5 f Dia (D) Flute Total Shank 
6 0.5 25 75 6 = Length (I) — Length (L) _Dia (d) 

6 1 25 75 6 RO.5 2 50 6 
8 0.5 30 75 8 & mare 5 EO 3 n 

- 8 1 30 75 8 
10 0.5 40 100 10 ® : ne ; Oo : I— a R1.25 5 50 6 OQ 

I 10 1 40 100 10 O RIS 6 50 6 | 
12 0.5 45 100 12 5 R175 7 50 6 oO 

LAC) "| j 12 1 45 100 12 lO | R2 8 50 6 o 
4 R2.5 10 50 6 oe} 

3 0.5/1 12 100 3 + 

4 0.5/1 15 / 20 100 4 RO.5 2 75 6 
| 5 0.5/1 25 100 5 m | 4 RO.75 3 75 6 

6 0.5/1 30 100 6 x | RI 4 75 6 
6 1 40 150 6 O | R1.25 5 75 6 

; 8 05/1 35 100 8 | RIS 6 75 6 
B F 50 150 38 O | R175 7 75 6 O 
10 1 60 150 10 5 | R2 8 75 6 5 
12 1 60 150 12 iO | R2.5 10 75 6 lO 

uv           
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0) 
(ep) 
i) 
co 
Jt 
Ko) 
Ke) 

TISIN Coated 

35° Helix 

O6 nm Particle 

DIN 6535 Form HA 

  

Flat Carbide 

Coated Enadnmiill 

2 Flute - 55 HRC 

  

5 Steel 30-55 HRC 

uw P20 

3 Hot Die Steel (H13, H11, H21) 

Q Stainless Steel <55 HRC 
® D2 

E Aluminium 

° 
YO 
oO 
aw 

    

            
    

Dia (D) 

O
n
a
n
 

F
A
W
N
 

SF
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ow 
ow 
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 O
 

20 

15 

15 

20 

25 

30 

45 

45 

60 

60 

60 

60 

12 

20 

25 

30 

35 

40 

50 

50 

60 

Tota 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 

C
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w
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a
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P
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ow 

a 
F
N
N
 

O
O
 

= co
 

DJ
OP

LI
OI

S 

C
O
V
A
)
 

P
r
)
 

| 
PS
} 

a
f
/
o
}
/
 

oa
] 

a 
r
N
 

Oo 

Ou
UO
7T
 

20 

OU
O7
 

O1
1X

F 

39-40



A ASPHALT A ASPHALT 

Flat Carbide Enadnmiill Ballnose Carbide Endmiill 
4 Flute - 55 HRC Dia (D) Flute Total Shank 2 Fiute - 55 HRC 

Length (I) Length (L) _ Dia (d) Dia (D) Flute Total Shank 
Length (I) Length (L) Dia (d)     

    

    

  

        

            

1 3 50 4 
. Steel 30-55 HRC 1.5 4 50 4 = | Steel 30-55 HRC RO.S 2 50 4 
2 | p20 2 | p20 2 5 50 4 RO.75 3 50 4 
3 Hot Die Steel (H13, HT, H21) 25 3 50 h 3 Hot Die Steel (H13, HT, H21) RI 4 50 4 
oS Stainless Steels <55 HRC oS Stainless Steels <55 HRC 
c D2 3 8 50 3 Ec D2 R1.25 5 50 4 
E Aluminium 3 8 50 4 e Aluminium R15 6 50 3 
E 3.5 10 50 4 E R15 6 50 4 
3 3 g 4 10 50 4 8 R175 7 50 4 
2 5 12 50 5 © R2 8 50 4 

6 15 50 6 R2.5 10 50 5 
7 20 60 8 R3 12 50 6 
8 20 60 8 R3.5 4 60 8 
9 25 75 10 R4 16 60 8 
10 25 75 10 R4.5 18 75 10 
11 30 75 12 R5 20 75 10 
12 30 75 12 ” R5.5 22 75 12 ” — * — 

4 40 100 4 OQ R6 24 75 12 OQ 
16 45 100 16 a R7 28 100 14 a 
18 45 100 18 O R8 32 100 16 O 
20 45 100 20 o R9 36 100 18 o 

25 45 100 25 oe} R10 40 100 20 oe} 

1 75 4 RO.5 2 75 4 
1.5 75 4 RO.75 3 75 4 
2 75 A Ss RI 4 75 A 
3 12 75 4 R15 6 75 4 

=~ 4 20 75 4 R2 8 75 4 
[=] 

5 20 75 5 = R2.5 10 75 5 
6 25 75 6 | R3 12 75 6 
8 30 75 8 f\ - R4 16 75 8 
10 40 100 10 | RS 20 100 10 

- 12 45 100 12 Wy R6 24 100 12 
4 60 150 4 | R7 28 150 4 
16 60 150 16 O | R8 32 150 16 O 

| 18 70 150 18 5 R9 40 150 18 5 
y 20 70 150 20 lO | R10 40 150 20 lO 

- a 

3 12 100 3 
| R15 6 100 3 

4 25 100 4 Ro 3 100 i 
5 25 100 5 m | 

1 < 1 R2.5 10 100 5 Mm 
6 30 100 6 “. | < 

R3 12 100 6 
| | ot 6 40 150 6 | 

O R3 12 150 6 | 
8 35 100 8 O 

— | R4 16 100 8 
8 50 150 8 | — 

O R4 16 150 8 10 60 150 10 5 O 
| RS 20 150 10 5 

12 60 150 12 lO 
R6 24 150 12 lO 

ua 
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A ASPHALT A ASPHALT 

Ballnose Carbide Enadmiill Carbide Endmiill 
4 Flute - 55 HRC 200mm Long 

  

55 HRC 

  

  

  

      

      
  

      

             
      

5 Steel 30-55 HRC 
rs P20 

3 gor Die Stee! Pee en) Dia (D) Flute Total Shank 5 Steel 30-55 HRC 
So a ess steels Length (I) — Length(L) Dia (d) uw P20 

Cc oD : 
© Aluminium ROS 2 50 h © Hot Die Steel (H13, Hl, H21) 

E S Stainless Steel <55 HRC 
E RO.75 3 50 4 5 D2 

QO RI 4 50 4 E Aluminium 
2 R1.25 5 50 4 E 

R15 6 50 3 5 

R15 6 50 4 & 

R175 7 50 4 

R2 8 50 4 

R2.5 10 50 5 

R3 12 50 6 

R3.5 4 60 8 

R4 16 60 8 
WY a R4.5 18 75 10 —- 2. 

R5 20 75 10 OQ . 

R5.5 22 75 12 al Flat Endnmiill 
R6 24 75 12 7 
R7 28 100 14 Q i Dia (D) Fite Total h prank 

en Length (L Di 
R8 32 100 16 eo} ! g ength (L) iad) 

| 4 6 45 200 6 

RO.5 2 75 4 | ° es ne ° 
R075 3 75 4 ' 10 85 200 10 

a . | 12 90 200 12 71 

RI 4 75 4 Cc 
| 16 100 200 16 

R15 6 75 4 \ mo 
| 20 100 200 20 O 

R2 8 75 4 t 

R2.5 10 75 5 ° 

R3 12 75 6 

_ R4 16 75 8 

R5 20 100 10 

\ R6 24 100 12 O e 

R7 28 150 4 5 o 

R8 32 150 16 lO ky . 

4 / Ballnose Endmiill 
Ly 

\ R15 6 100 3 Dia (D) Flute Total Shank 
R2 8 100 4 Length (I) Length (L) _Dia (d) 

R2.5 10 100 5 
! fm 4 R3 12 200 6 

R3 12 100 6 x 
R4 16 200 8 

R3 12 150 6 I NO 
1 O RS 20 200 10 

R4 16 100 8 mn 
— R6 24 200 12 —_ 

R4 16 150 8 Cc 
I O R8& 32 200 16 

R5 20 150 10 5 a 
R10 40 200 20 O 

R6 24 150 12 lO Li 

a 
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Corner Radius (CR) 

Carbide Endnmiill 

4 Flute - 55 HRC 
Steel 30-55 HRC 

  

2 | p20 
3 Hot Die Steel (H13, Hl, H21) 

oS Stainless Steel <55 HRC 
Cc 
o D2 

E Aluminium 
E 
3 
oO 
® 
ox 

  

  

      
          

Dia (D) 

o
w
m
n
a
n
a
n
u
w
u
n
r
 

F
W
 

wn 
= 

3a 
oa 

ow
 

ow 
a 

a 
a
n
n
n
 

O
O
 

0 
o
w
m
n
a
n
a
n
u
w
4
u
n
r
 

F
W
 

wn
 

= 
2 

oa 
yu 

Oo 
0 

12 

CR (r) 

0.5 

0.5 

0.5 

0.5 

0.5 

0.5 

1.5 

0.5/1 

1.5 

2/25 

1/2/25 

0.5 

0.5 

0.5 

0.5 

0.5 

0.5 

0.5 

0.5/1 

0.5/1 

0.5/1 

0.5/1 

0.5/1 

Flute 
Length (I) 

8 

8 

10 

10 

12 

12 

15 

15 

20 

20 

25 

25 

25 

30 

30 

30 

35 

12 

12 

20 

20 

20 

20 

25 

25 

30 

30 

40 

40 

45 

45 

20 

20 

25 

30 

40 

35 

50 

60 

60 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

75 

75 

100 

75 

75 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

100 

100 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 

3/4 

3/4 

o
w
m
n
a
n
a
n
u
w
4
u
n
r
 

F
W
 

wn
 

= °o
 

DJ
OP

LI
OI

S 
O
U
T
 

OU
O7
 

O1
1X

F 

Carbide Endnmiill 
55 HRC - 6mm Shank 

  

5 Steel 30-55 HRC 

re P20 
3 Hot Die Steel (HI3, HII, H21) 
Q Stainless Steel <55 HRC 
® D2 

E Aluminium 

° 
0 

o 
a 

  

  

  

  

  

  

          

  

  

  

    
  

  

| 
! 4 

| 
| 
| 
| 
| 

eS 

| 

in 
| 4 
| 
| 
| 
| 
| 
|     

Dia (D) 

Ls) 

2.5 

3.5 

Ls) 

2.5 

3.5 

Dia (D) 

RO.5 

RO.75 

R1 

R1.25 

R15 

R1.75 

R2 

R2.5 

RO.5 

RO.75 

R1 

R1.25 

R15 

R1.75 

R2 

R2.5 

A ASPHALT 

AF Flat Endmiill 

Flute 
Length (I) 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

75 

75 

75 

75 

75 

75 

75 

75 

Shank 
Dia (d) 

a
a
 
a
n
n
n
n
 

ao 
a
a
 
a
n
a
n
n
n
 

ana
 

ao 

DJ
OP

LI
OI

S 
OL
IO
T 

2F Ballnose Enanmiill 

Flute 
Length (I) 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

75 

75 

75 

75 

75 

75 

75 

75 

Shank 
Dia (d) 

a
a
 
a
n
a
n
n
n
 

a
 

ao 
a
a
 
a
n
n
 

n
n
 

ao 

DJ
OP
LI
OI
S 

O
U
T
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Roughing Carbide Endnmiill 

4 Flute - 55 HRC 

Steel 30-55 HRC 
P20 

Hot Die Steel (H13, H11, H21) 

D2 

Aluminium 

  

uL 

° 
WL 

3B 
® 
3 

Cc 
o 
E 
E 
3 
v 
® 
a 

  

  

              

Flute 
Length (I) 

10 

13 

15 

20 

25 

30 

45 

45 

45 

45 

25 

30 

40 

45 

75 

75 

75 

75 

30 

40 

35 

50 

60 

60 

Total 
Length (L) 

50 

50 

50 

60 

75 

75 

100 

100 

100 

100 

75 

75 

100 

100 

150 

150 

150 

150 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 

4 

5 

6 

8 

10 ” 
12 O 

14 a 

16 QO 

18 Q 

20 QO 

6 

8 

10 

12 

14 

16 O 
18 54 

20 la 

m 

‘ xs 
6 ~1 

— 8 

10 o 

12 lO 

Note 

A ASPHALT 
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A ASPHALT 

Flat Carbide 
Uncoated Enadnmiill 

  

  

    

  

          

Dia (D) Flute Total Shank 

2 Flute _ 5O HRC Length (I) Length (L) Dia (d) 

1 3 50 4 

1.5 5 50 4 

5 Aluminium > ; : 

uw Wood ’ 

3 Aluminium Alloys 3 10 50 3 

o 3 10 50 4 

® 3.5 12 50 4 

E 4 12 50 4 

5 5 15 50 5 

o 6 18 50 6 

“ 7 21 60 8 

8 24 60 8 

9 27 75 10 

10 30 75 10 

1 33 75 12 ” 

12 36 75 12 OQ 

14 45 100 14 a 

16 45 100 16 Oo. 
18 45 100 18 Q 

20 45 100 20 Oo. 

1 3 75 4 

1.5 5 75 4 

Q 2 6 75 4 

-=- 3 15 75 4 
> 4 15 75 4 

5 20 75 5 

6 25 75 6 

8 30 75 8 

~ 10 45 100 10 

12 45 100 12 

| 14 60 150 14 - 

16 60 150 16 O 

LY — 18 60 150 18 5 
20 60 150 20 lO 

a 

| 

3 12 100 3 

4 20 100 4 

5 25 100 5 m 

6 30 100 6 x 
6 35 150 6 —_ 

8 40 100 8 OQ 

8 50 150 8 O 

10 50 150 10 5 

12 60 150 12 lO 

|-t|   
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Flat Carbide 
Uncoated Enanmiill 
3 Flute - 50 HRC 

  

Aluminium 

Wood 
Aluminium Alloys 

uw 

3 
is 

3 
® 
o 

Cc 
© 
E 
E 
3 
uv 
o 
ao 

  

  

              

Dia (D) 

o
a
u
n
r
H
W
n
 

SF uo
 

= 
2 

ow 
ao 

a 
o
a
r
N
 O
O
 

20 

15 

15 

20 

25 

30 

45 

45 

60 

60 

60 

60 

12 

20 

25 

30 

40 

40 

50 

50 

60 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 

C
o
w
A
m
A
a
a
u
n
r
 

FP 
P
F
W
 
P
P
P
 

b
s
 

s
e
e
 

ae 
aw 

a 
a 

o 
mW 
a
A
a
r
N
N
 

O
O
 

o
a
u
n
r
 
F
P
P
 

= 
2 

ow 
ao 

a 
o
a
r
N
 O
O
 

20 

P
4
J
O
P
U
I
S
 

O
U
T
 

OL
IO
7T
 

0.
11
XF
 

Ballnose Carbide 

Uncoated Enadnmiill 

2 Flute - 50 HRC 

Aluminium 

Wood 

Aluminium Alloys 

  

R
e
c
o
m
m
e
n
d
e
d
 

Fo
r 

  

    

          

Dia (D) 

RO.5 

RO.75 

R1 

R1.25 

R15 

R1.5 

R1.75 

R2 

R2.5 

R3 

R3.5 

R4 

R4.5 

RS 

RS.5 

R6 

R7 

R8 

R9 

R10 

RO.5 

RO.75 

R1 

R1.5 

R2 

R2.5 

R3 

R4 

RS 

R6 

R7 

R8 

R9 

R10 

R15 

R2 

R2.5 

R3 

R3 

R4 

R4 

RS 

R6 

Flute 
Length (I) 

MO 
N
A
O
 

AO
 

WH 
F
W
D
 

W
A
A
N
N
Y
N
N
 

Z
Z
 
B
e
s
 

O
N
o
O
F
N
 

O
M
A
 

F
N
 

OO
 

40 

10 

12 

12 

16 

16 

20 

24 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

75 

75 

75 

75 

100 

100 

100 

100 

75 

75 

75 

75 

75 

75 

75 

75 

100 

100 

150 

150 

150 

150 

100 

100 

100 

100 

150 

100 

150 

150 

150 

A ASPHALT 

Shank 
Dia (d) 

w
o
o
a
n
a
u
n
r
 

F
P
F
W
 
P
P
P
 

= 
32 

ow 
ow 

a 
F
N
N
 

O
O
 

S
w
 

PI
OP

LI
OI

S 

C
O
V
A
)
 

P
r
)
 

| 
a
f
/
o
}
/
 

oa
] 

a 
r
N
 

Oo 

Ou
UO
7T
 

20 

OU
O7
 

O1
1X

F 
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Dr
il
l 

55
 
H
R
C
 
Se
ri
es
 

TICN Coated 

130° Tip Angle 

Non - Through Coolant 

DIN 6535 Form HA 

  

Carbide Drill 

55 HRC 

  

Steel 30-55 HRC 
P20 

Hot Die Steel(H13, H11, H21) 

D2 

Aluminium 

R
e
c
o
m
m
e
n
d
e
d
 

Fo
r 

  

  

    

        

                

Dia (D) 

0.5~ 0.9 

1.0~1.5 

1.6 ~ 2.0 

21~ 25 

2.6 ~ 3.0 

Sal aeoeo) 

3.6~ 4.0 

41~4.5 

4.6 ~ 5.0 

5.1~ 6.0 

6.1~ 7.0 

7.1 ~ 8.0 

8.1~ 9.0 

91~9.5 

9.6 ~ 10.0 

10.1 ~ 11.0 

11.1 ~ 12.0 

12.5 

13 

1.5 

1.6 ~ 2.0 

21~ 25 

2.6 ~ 3.0 

3.1~3.5 

3.6 ~ 4.0 

4.1~5.0 

5.1~ 6.0 

6.1~ 7.0 

7.1 ~ 8.0 

8.1~ 9.0 

9.1~ 10.0 

10.1 ~ 11.0 

11.1 ~ 12.0 

12.5 

Flute 
Length (I) 

5 

8 

11 

13 

16 

18 

20 

20 

24 

26 

28 

30 

34 

38 

40 

42 

45 

52 

52 

13 

20 

22 

26 

28 

32 

36 

40 

48 

50 

56 

58 

60 

65 

70 

*All Size Are Available InQ11 Difference 

Total 
Length (L) 

50 

50 

50 

50 

50 

50 

50 

50 

60 

60 

60 

60 

75 

75 

75 

75 

75 

100 

100 

50 

50 

75 

75 

75 

75 

75 

75 

100 

100 

100 

100 

100 

100 

120 

A ASPHALT 

Shank 
Dia (d) 

C
A
A
 

A
A
 

rF 
F
W
W
 
W
W
 

wow
 

= 
3 

oe 
o
o
 

a
 

F
r
F
N
N
 

O
O
 

0 
C
o
n
n
o
r
 

r
F
W
O
W
W
H
w
o
 

= 
3 

oa 
ao 

a 
F
N
H
N
 

O
O
 

I
d
 

a¢
 

I
d
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Inserts Identification System 
  

  

  

  

    
  
  

  

      
  
  

    
  
  

    
      

    
        

    
      

        
      

              

A ASPHALT 

  

  

  

  

      
  

  
        

                

{Symbol} Insert 

w| . U7 
No chipbreaker, 

‘Symbol Shape with hole 

H_ | Hexagon Wy 

© | Octagon T Single-sided chipbreaker, 
P_| Pentagon Symbol Tolerance (mm) with hole {Symbol Insert 

S_| Square (Class)} Corner Height | Thickness: L.C. Size Cc 

Jf{teee symbol] Relief Angle 1A) 40.005 20.025 | ooubesied chipbreakers, \ C_| 80° Rhombic yn 9 F , £0.013, vithouthole | | F 
D_| 55° Rhombic 0 = ene i A 3 Cc 40.013 +0.025 +0.025 Sharp Edge 

jombic S H +0.013 N Ly 

F_| 50° Rhombic B | She E No Ghipbreaker, 
M_| 86° Rhombic c] 7 oc | 40.025 1013 £0.025 without hole E ¢ 1 

V_| 35° Rhombic J £0.005 Wy D | 15° fe 
- W_| Trigon Ke 40.013 +£0.025 R | single-sided chporeaker, Rrhoned 

L_| Rectangle E | 20°f- u +0.025 +0.05~#0.15 without hole 
A_| 85° Parallelogram ° M* £0.13 

. F | 25° fe +0.08~40.18 Wy T 
B_| 82" Parallelogram Ne 2£0.025 M Single-sided chipbreaker, 
K_| 55° Parallelogram 6 | 30°_fe U* | +0.13~40.38 40.13 +0.08~£0.25 with hole Chamfered 
R_| Round 0 

SI f N 0 Insert's periphery is as fired. Cry 
hown angle stands for ° A = ( 

acute angle for rhombic Pp | { > [Tolerance difference is depending on insert size. No chipbreaker, s 

and parallelogram inserts. Chamfered 
© | Other angles x Special + R-honed 

(1) Shape (2) Relief Angle (3) Tolerance (4) Chipbreaker / Hole Symbol} | (9) Edge Preparation       
  

    

          

    [   

  

  

S| Ni Mj] X 1/12/06) Aj N N | 
                                        (1) (2) (3) (4) (5) (6) (7) (8) (9) (10) |L(11)       
  

    

  
    fo [ 

  
  

  

  

        

        

          

  

          
  

          

  

  

          
        

      

In case of indicating corner-R (r) at (7) and (8) 

(7) (8) Corner-R (r ) 

04 0.4 Corner-R (r) 

08 0.8 Corner-R (r) 

12 1.2 Corner-R (r) oO 

16 1.6 Corner-R (r) - 

20 2.0 Corner-R (r) 

  

  

    
      Pis

o:
 

          
            

(5) Edge Length (6) Thickness (7) Lead Angle (8) Relief Angle (10) Tool Hand | } (11) Manufacture's Option 

Symbol} Thickness Symbol Lead Angle Symbol| Relief Angle Symbol | Hand of Tool |_| Chipbreaker, etc. 

02 2.38 A 45° A 3° R__ [Right-hand 

03 3.18 D 60° B 5° L_ |Left-hand 

T3 3.97 E 75° Cc T° N Neutral 

04 4.76 F 85° D 15° 

05 5.56 H 87° E 20° 

06 6.35 P 90° F 25° 

x 65° G 30° 

5 — P 11° 

R 10° 

v s 14° 
T 22° 
U 23°   

A ASPHALT 

Insert Grades 
  

AS1010 

AS1020 

AS5010 

AS5015 

AS5020 

Milling Grades 

CVD 

PVD 

Hi
gh
 

To
ug
hn
es
s 

AS1010 

AS1020 

ASS5015 

AS5010 

AS5020 

ASS020 

ASPHALT superior CVD coated grade with fine cemented carbide subtracts ensures 

excellent wear resistance, because of its wide working range recommended for general 

machining of steel and cast iron. 

Combination of good toughness and strength enhance by its raw substance with AIl203 

added CVD coating improves its wear resistance. Suitable of various operation in steel 

below 50 HRC. 

PVD coated cemented carbide with balanced cobalt subtracts and post-treatment 

technology improves wear resistance and toughness. Because of its wear resistance and 

toughness balance, recommended for graded steel and stainless steel general application. 

Compact CVD coating with fine cemented carbide subtracts gives flexibility for semi finish 

and roughing application. Recommended for hard alloy steel and stainless steel machining 

for various semi finish and roughing application. 

New PVD coating perfectly matched with toughness subtracts gives excellent heat resistance 

and mechanical properties. Recommended for stainless steel and super alloy steel for wide 

range of application. 

  

Grade Map 

ASSO15 

  

AS1020 

  

          
  

Low Wear Resistance High 

  

SET JT) ify H Hardened Steel 

HO1 H10 H20 H30 

 



  

  

A ASPHALT 

Inserts Geometry 
  

a 

      

MSR 

GM 

MO 

HR 

MRR 

MR 

PSR 

GR 

UD 

PM 

Versatile Geometry Very Good Edge Strength For Roughing And Semi Roughing 

Application Due To Its Sharpness And Big Rack Angle Its Capable For Taking Good 

Range Of Feed And DOC. 

Sharp Geometry Applicable For Heavy Roughing To Semi Roughing Application 

Due To Its Sharpness Chip Evacuation Is Good And It Will Take High Doc And High 

Feed Compared To Regular Insert. 

MO Geometry Have Different Chip Breaker ,toughness And Big Rack Face. Due To 

Its Toughness Suitable In All Heavy Roughing Application To Semi Roughing And 

Semi Finish Application. 

Tough Geometry Suitable For Difficult To Cut Material And Hard Part Machining In 

Most Roughing Application. 

Strong Cutting Edge Geometry With Good Edge Strenth For Roughing And Semi 

Roughing Application. 

Universal Roughing Geometry For Roughing To Medium Roughing Application. 

General Roughing Geometry For Roughing And Semi Roughing Application In Cast 

Iron And Mild Steel Application. 

Sharp And Strong Roughing Geometry For Most Of Roughing Cast Iron And Mild 

Steel Application. 

Universal Geometry For U-drill And Other Drilling Application. 

Sharp And Positive Rack Angle Geometry Applicable For Roughing And Semi 

Roughing Application Due To Its Sharpness Chip Evacuation Is Good And It Will 

Take High DOC.   

1 _ High Feed Mil 
® square shoulder Mill 
£ Copy Mill 

Ol Face Mill 
a) oe 

= 

  

A ASPHALT 

57-58 

  
 



A ASPHALT A ASPHALT 

High Feed Mill High Feed Mill 
    

  
    

                                                        
       

9 LNMU ZNMX 

~ LOGU we 

r —) “is 
xf tL 

hould c c. 2 } | 
s . Inter- . opy + Inter- opy 
[fais | stig [stn | aig [ sm 7 Milling t 

[ Bs [ fs [ [ & [ & Insert L Ww T d Re BS | Insert L Ww T Apmx 

LNMU0303ZER 11.9 6.0 3.75 2.85 1.2 ZNMX0603R 9.00 6.39 3.73 1.0 

LOGU030310ER 11.9 6.2 3.96 3.45 1 ZNMX0904R 11.94 9.20 4.79 eS 

° e e ° e 

  

  

  

          

LNMU0303ZER MSR AS1020 e 120 - 250 ZNMX0603R MO AS5015 ° 100 - 280 

LNMU0303ZER MSR AS5010 e ° ° ° 90 - 180 ZNMX0904R MO AS5015 e e ° e ° 120 - 300 

LNMU0303ZER MSR AS5020 e e ° 90 - 200 *For Other Technical Data Refer Page No77 

LOGU030310ER GM AS1020 e ° 120 - 250 

LOGU030310ER GM AS5020 e e ° 90 - 200 

Case Study Case Study 
EF E 
E ~ - E = 3 LNMUOS Factors Case-1 Case-2 3 ZNMXO6 Factors Case-1 Case-2 

LOGUOS3 Model LNMU0303ZER- = LOGU030310ER- ZNMXO9 Model ZNMX0603R ZNMX0904R 
. ; : : : vo MSR-AS5010 GM-AS1020 . ; : : : vo MO-AS5015 MO-AS5015 

Operation Slotting Pocketing Operation Cavity Pocketing 

“ Material P20 EN8 " Material P20 OHNS 
Tool Dia 25mm 32mm Tool Dia 25mm 32mm 

a Pocket 4 4 or Pocket 4 4 

Ve 150 170 Ve 180 160 

“ RPM 1910 1691 “ RPM 2300 1600 
DOC (Ap) 0.6 0.5 DOC (Ap) 0.7 1.0 

“Te : : : Feed(mm/tooth) 0.8 1 a Feed(mm/tooth) 1.05 1.26 

I I I I I I Engagement(Ae) 100% 100% : : : z i i Engagement(Ae) 75% 60% 

os F(tri/Tooth) oe ae ae F{mim/Tooth) 

Cutter Body Cutter Body 

Code Size Tooth ENMU LOGU Code Size Tooth ZNMXO6, ZNMXO9 
Spanner:TOsp Spanner: TO8P Spanner :TO8 Spanner :Ti5 

  

ASCB _16x150/200 _T2 Vv v ASCB_16x150/200_T2 v 
ASCB —_20x150/200_T2/T3 v Y ASCB —_20x150/200_T2/T3 Y 
ASCB —-25x150/200 _13/T4 v v ASCB =. 25x150/200 12/T3/T4& Y v 
ASCB 32x150/200 _T4/TS v v ASCB 32x150/200_13/T4 Y v 
ASCB D&O 16 v v ASCB DAO T4/T5 v v 
ASCB_D50 16/17 v v ASCB__D5O T5/T6 v v 
ASCB _D63 17/T8 v v | ia - ASCB _D63 16/17 v v 
ASCB _D80 18/19 v e IE . ASCB 80 16/17 v 

+ Other Sizes Available On Request. ' . ASCB D100 T7/T8 v 

‘ ASCB- D125 T8/T9 v 

* Other Sizes Available On Request. 

59-60



A ASPHALT 

High Feed Mill 
O | WDMW 
” 

  

  

  

. Inter- . Side Copy 

| sox [stn | racing [ as, [ sie, 

[ [ [ & | & & Insert Ic r as lo le 

WDMW06T320ZTR 9.525 3.97 1.2 2 15 

WDMW080520ZTR 12 4.76 2.5 2 15 

  

  

  

e e ° e WDMW06T320ZTR MO AS5015 ° 90 - 250 

WDMW080520ZTR MO AS5020 e e ° 90 - 250 

* For Other Technical Data Refer Page No78 

Case Study 

  

  

    

E WDMWO06 Factors Case-1 Case-2 

WDMWO8 Model WDMW06T320 WDMW06T320 

ses : : : : : ZTR-MO-AS5015_— ZTR-MO-AS5015 
Operation Profilling Facing 

™ Material P20 P20 

Tool Dia 25mm 32mm 

wT Pocket 2 3 
Ve 180 180 

“Tr RPM 2300 1800 
Feed(mm/tooth) 1.0mm 0.7mm 

“Tr DOC (Ap) 0.5mm 0.6 mm 
Engagement(Ae) 100% 70% 

oe ae ae F{emim/Tooth) 

Cutter Body 

Code _ Size Tooth WDMWO6 WDMWO8 
SponnerTigp | Spanner TSP 

ASCB 25x150/200 T2 v 

ASCB 32x150/200 T2/T3 v v 

ASCB_ _D4O T3/T4 Vv v 
ASCB_ _D50 T4/T5 v Vv 
ASCB__D63 T5/T6 v v 
ASCB__D80 T5/T6 v 

* Other Sizes Available On Request. 

  

A ASPHALT 

High Feed Mill 
  

  

    
    

  

  

  

  

  

  

      

O SDMT 
a T 

SOMT 
for 

'y 

Sees 
. Inter- Shoulder + . 

| aig eS [se | ssn roms 

SDMT SDMT 

SOMT SOMT SOMT SOMT SOMT 

[ eb [ B [ [ [ Insert Ic T d Re e 

SDMTO9T307 9 3.5 3.5 0.7 15 

SDMT120512 12.7 5.56 4.4 1.2 15 

SOMT100420ER 10.3 4.58 4.6 2 16 

SDMTO9T307 HR AS5015 e e ° e ° 90 - 200 

SDMT120512 MRR AS5015 e e ° e oO 100 - 230 

SDMT120512 MRR AS5020 e e ° 90 - 220 

SOMT100420ER MR AS5015 e e ° e ° 100 - 230 

SOMT100420ER MR AS5020 e e ° 80 - 180 

Case Study 
E 
Ey somvtoe Factors Case-1 Case-2 
3S] sommi2 

SOMTIO Model SDMT120512- SOMT100420ER- 

. ; : : : 2 MRR-AS5020 MR-AS5O15 
Operation Facing Side Milling 

" Material S.S.(316) Forge Steel 

Tool Dia 50mm 50mm 

i Pocket 4 4 

Ve 120 180 

“Tv RPM 750 1146 
DOC (Ap) 0.42 1 

“Ty Feed(mm/tooth) 0.5 0.7 

Engagement(Ae) 60% 60% 

oe ae ae F{emim/Tooth) 

Cutter Body 

Code Size Tooth SDMTO 9 SDMT12 SOMTIO 
Spanner:Tige | Spanner:TIsP__ Spanner Tisb 

ASCB 25x150/200 T2 v v 

ASCB 32x150/200 12/T3 YY v Vv 

ASCB | D40 T3/T4 vv Y v 
ASCB D50 T4/T5 v v v 
ASCB _D63 T5/T6 v v v 
ASCB__D80 T5/T6 v v 

* Other Sizes Available On Request. 

  
61-62



A ASPHALT 

4 . T 

“/ © fe 
3s 

& L s 
Shoulder . Inter- . , 1 
[fei | stig [stn | aig | rncin 

(slo lel(e(e inser Twp a Tae 

Square Shoulder Mill 

O | APMT 
a 

  

    

  

  

  
  

  

  APMT1135PDER 11.25 6.2 3.5 2.8 0.8 

APMT1604PDER 17.3 923) 5.25 4.4 0.8 

APMT1604PDER 17.3 9.3 5.25 4.4 2.0/3.0 

  

  
  

Insert ceomery coco [7 EERE: « 
APMT1135PDER MSR AS1020 e ° 100 - 300 

APMT1135PDER MSR AS5020 ° e ° 100 - 300 

APMT1604PDER MSR AS1020 e ° 100 - 300 

APMT1604PDER MSR AS5020 e e ° 100 - 300 

APMT1604PDER-R20 MSR AS1020 e ° 100 - 300 

APMT1604PDER-R30 HR AS1020 ° ° 100 - 300 

Case Study 

Ap(mm) Factors Case-1 Case-2 
APMT 1135 

is Model APMT1135PDER- APMT1604PDER- 

MSR-AS5020 MSR-AS5020 

a Operation Shoulder Milling Slotting 

Material S.S.Duplex S.S.Duplex 4A 

; Tool Dia 25mm 50mm 

Pocket 3 4 

, Ve 95 90 
RPM 1210 593 

; DOC (Ap) 0.5 0.7 
Feed(mm/tooth) 0.29 0.29 

Engagement(Ae) 70% 100% 

ee oases Fim Tooth) a ET 0 

Cutter Body 

Code _ Size Tooth APM APMTI6 
Spanner:TOsP___Spanner:TISP 

ASCB 10/12x100—s'T11 Y 
ASCB__16x150/200__T2 v 
ASCB__18x150/200_T2 v 
ASCB _20x150/200 _T2 v v 
ASCB —-.25x150/200 _12/T3 v v 
ASCB = 32x150/200 _13/T4 v v 
ASCB_D40 T4/TS v Vv 
ASCB__D50 T4/TS v v 
ASCB _D63 TS v 
ASCB_ D80/D100_——:‘Té Yv 
ASCB_ D125 17 v 

* Other Sizes Available On Request. 

  

Square Shoulder Mill 
  

O | APKT 
a 

  

Shoulder . Inter- 
[fei | sotig [esi 

[ Facing | runcin 

  

[se (eee   

Insert 

APKT1604 

APKT1705PER 

APKT1705PER 

Ap(mm) 

APKTI7 

   

  

Geometry Grade 

- AO1 

PSR AS1010 

MSR AS5020 

  

  

035 os ~F(mm/Tooth) 

    

  

A ASPHALT 

  

  

. T 

“1 Of - 
a 

& L 6 

Insert L WwW T d Re 

APKT1604 17.3 9.3 5.25 44 0.8 

APKT1705PER 18.5 10.7 5.56 44 0.8 

oe «| | s 
e 160 - 500 

° 100 - 230 

e ° 100 - 230 

Case Study 

Factors Case-1 Case-2 

Model APKT1705PER- APKT1705PER- 

PSR-AS1010 MSR-AS5020 

Operation Face Milling Shoulder Milling 

Material En 24 Steel Stainless Steel 316 

Tool Dia 63mm 50mm 

Pocket 5 4 

Ve 160 120 

RPM 810 763 

DOC (Ap) 15 1.0 
Feed(mm/tooth) 0.25 0.20 

Engagement(Ae) 80% 70% 

2 0 

Cutter Body 

Code _ Size Tooth APKTIG APKTI’ 
Spanner:TISP___ Spanner: TISP 

ASCB_— 10/12x100 T1 

ASCB_ _16x150/200 _T2 

ASCB_— 18x150/200  _T2 

ASCB = 20x150/200 T2 

ASCB —25x150/200  _T2 

ASCB = 32x150/200  T2/T3 

ASCB- D40 T3/T4 

ASCB- DSO T4 

ASCB_ D63 T4/T5 

ASCB  D80/D100 T5/T6 

ASCB D125 17 
* Other Sizes Available On Request. 

4
4
4
4
4
4
4
 

£
4
4
4
6



Square Shoulder Mill 
  

O MPHW 
a 

  

Shoulder . Inter- . | 

[fei | stig [stn | aig | natou 

  

  

[Ss |e |e | e¢ 
  

Insert Geometry 

MPHW060308ZEL - 

s 
Ap
(m
m)
 

20 ft «EERIE ss ccc cnc ee nee e meee 

  

os es     
os F(mm/Tooth) 

Insert 

MPHW060308ZEL 

e e ° 

  

  
L T h 

6.35 3.18 3 

A ASPHALT 

  

Re e° 

0.8 11 

130 - 300 

Case Study 

Factors Case 

Model MPHW060608- 

ZEL-AS4010 

Operation Finish Redious 

Material OHNS 

Tool Dia 32 

Pocket 5 

Ve 220 

RPM 2188 

Feed(mm/tooth) 0.1 

DOC (Ap) 0.08 

Engagement(Ae) 70 % 

Cutter Body 

Code Size Tooth MPHW 
Spanner: 108° 

ASCB 20x150/200 _T3 v 

ASCB 25x150/200  T4 v 

ASCB 30x150/200 T4 v 

ASCB 32x150/200 _T5 v 

* Other Sizes Available On Request. 

Square Shoulder Mill 
  

O | WNMU 
a” 

  

Shoulder . Inter- . . 
[fei | sotig [esi | rig ramon 

  

  

[S| & |e |b (6 
  

4s 

30 

  

Insert Geometry Grade 

WNMUO60408EN GM 

WNMUO80608EN GM 

WNMUO80608EN GM 

WNMU080608 2 

WNMUO6 

WNMUO8 

  

AS5020 

AS5015 

AS5020 

AO1 

  

  
F(mm/Tooth) 

  

A ASPHALT 

  

Insert Ic T d BS Re 

WNMU060408 9.52 4.76 6.2 - 0.8 

WNMU080608 14.02 665 6.2 1.3 0.8 

“EEE: « 
e e ° 100 - 200 

e ° ° ° 100 - 250 

e ° 100 - 200 

e 150 - 450 

Case Study 

Factors Case 

Model WNMUO80608EN- 

GM-AS5015 

Operation Facing 

Material M.S. 

Tool Dia 50 mm 

Pocket 4 

Ve 200 

RPM 1273 

DOC (Ap) 2.5 
Feed(mm/tooth) 0.1 

Engagement(Ae) 70 % 

Cutter Body 

Code Size Tooth WNMUO 6 WNMUOS Spanner'Tige Spanner: TZ0P 
ASCB_ _D4O TA v 

ASCB_ D50 T4/T5 v v 
ASCB__D63 T5/T6 v v 
ASCB D80 16/17 Vv Vv 

ASCB D100 T7/T8 v v 

ASCB- D125 T8/T9 v v 

* Other Sizes Available On Request.



A ASPHALT 

90° Shoulder Mill 

Q | SPMT 
a” 

  

    

  

Shoulder . Inter- . | 

[fei | stig [stn | aig rst 

  

  

  

  

[ Bs [ [ [b& | & Insert Ic T d Re 

SPMT120408 127 4.76 55 08 
SPMT120412 127 476 5.5 1.2 

   

  

  

    

SPMT120408 PM AS1015 e ° 120 - 350 

SPMT120412 PM AS1020 e ° 120 - 350 

SPMT120408 PM AS5020 e e ° 100 - 200 

SPMT120412 PM AS5020 e e ° 100 - 200 

Case Study 
E 
E spit Factors Case 

< Model SPMT120408-PM 

se eens AS5015 

Operation Facing 

“ Material M.S. 

Tool Dia 100 mm 

* Pocket 7 

Ve 200 

. RPM 637 
Feed(mm/tooth) 0.3 

a DOC (Ap) 0.1 
Engagement(Ae) 75% 

ees Ferm /Tooth) 

Cutter Body 

Code Size Tooth seu 

ASCB D50 T4 v 

ASCB- _D63 TS v 
ASCB D80 T6 v 

ASCB D100 17 v 

ASCB D125 8 v 

* Other Sizes Available On Request. 

  

Copy Milling 
  

Shoulder 
Milling 

  

oops. 

sof + 

2off + 

O 
a” 

  

RDKW 

z 

Insert 

RDKW1003(R5) 

RDKW1003(R5) 

RDKW1204(R6) 

RDKW1606(R8) 

RDKWIO(RS5) 

RDKWI2(R6) 

RDKWI6(R8) 

  

Geometry 

MO 

MO 

MO 

MO 

  

  

o.0s oa as 02 os F(mm/Tooth) 

  

  

    

  

    

A ASPHALT 

on 
J 

a eo, 

T 

Insert D T d e° 

RDKW1003(R5) 10 3.18 4A 15 

RDKW1204(R6) 12 4.76 44 15 

RDKW1606(R8) 16 4.76 5.5 15 

coo i I )  « 
AS5015 e e ° ® fo} 100 - 250 

AS5020 e e ° 90 - 200 

AS5015 e e ° e ° 100 - 250 

AS5020 e e 3° 100 - 250 

Case Study 

Factors Case-1 Case-2 

Model RDKW1204- RDKW1204- 

MO-AS5015(R6) MO-AS5015(R6) 

Operation Profilling Cavity Milling 

Material P20 P20 

Tool Dia 40mm 63mm 

Pocket 4 5 

Ve 180 200 

RPM 1432 1011 

Feed(mm/tooth) 0.2mm 0.15mm 

DOC (Ap) 1.0mm 1.5 mm 

Engagement(Ae) 70 % 70 % 

1Hr. 45 Min Pai 

Cutter Body 

Code Size Tooth RDKWIO RDKWI2 RDKWI6 
Spanner:T6P | Spanner:TIsP_ Spanner: T20P 

ASCB 20x150/200  T2 v 
ASCB 25x150/200 12 v Vv 
ASCB 32x150/200__T3 v v 
ASCB D40 T3 v v 
ASCB D50/D52 13/T4 v v 
ASCB D63 T4 v v 
ASCB_ D80 T5/T6 v Vv 
ASCB_ D100 16/17 v v 
ASCB_ D125 T7/T8 v Vv 

* Other Sizes Available On Request. 
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A ASPHALT 

Face Mill 

Q | ONHU 
a 
~ | ONMU 

oe Insert Ic T BS Re 

  

   

  

  

    

ONHU050408 12.7 4.76 - 0.8 

ONHU060408 16.0 4.76 - 0.8 

ONMU060408 16.0 4.76 - 0.8 

ONMU080608 20.2 6.0 5.5 0.8 

ONHU050408 - AS5015 e e ° e ° 100 - 350 

ONHU060408 - AS5015 e e ° e ° 100 - 350 

ONMU060408 2 AS5015 e e ° e ° 100 - 350 

ONMU080608 - AS5010 e ° 120 - 300 

ONMU080608 2 AS5015 e e ° e ° 100 - 350 

Case Study 
El onmuos 
El onnuos Factors Case 

4] ontuos Model ONMU080608- 
sop ttt tterssesssesscercaccecsacsaracens 

AS5015 

Operation Facing 

“ Material M.S. 

Tool Dia 80 mm 

. Pocket 6 

Ve 180 

* RPM 716 
DOC (Ap) 2.2 

. Feed(mm/tooth) 0.12 

Engagement(Ae) 75% 

oes teas F(mim/Tooth) 

Cutter Body 

Code Size Tooth ON-UOS ONS Qu 

ASCB- DSO T4 v v v 
ASCB- _D63 TS v v v 
ASCB D80 T6 Vv v v 

ASCB D100 17 v v v 

ASCB D125 8 v v v 

ASCB_ D160 T9/T10 v v v 
* Other Sizes Available On Request. 

    

A ASPHALT 

Face Mill 

Q | SNMX 
a” 

  

  

Shoulder . Inter- . | 

[fei | sotig [esi | rig roto 

(8 |e (ee \¢ ne «|r |e [a [we 
  

  

  

  SNMX1206ANN 12.7 6.2 1.8 5.5 0.4 

SNMX120608 12.7 6.35 2 5.5 0.8 

SNMX120612 12.7 6.35 - 5.5 1.2 

Insert Geometry Grade |: Mim « | ls H Ve 

SNMX1206ANN GR AS5015 e e ° e ° 120 - 300 

SNMX120608 GR AS1010 e e 160 - 400 

SNMX120612 GR AS1010 e e 160 - 400 

SNMX120608 GR AS5015 e e ° e ° 120 - 300 

SNMX120612 GR AS5015 ® e ° e ° 120 - 300 

Case Study 

    

Factors Case 

Model SNMX120612-GR 

AS5015 

Operation Facing 

Material C.l. 

Tool Dia 80 mm 

Pocket 6 

Ve 300 

RPM 1194 

Feed(mm/tooth) 0.18 

DOC (Ap) 1.5 

Engagement(Ae) 70 % 

= se Flimm/Tooth) 

Cutter Body 

Code Size Tooth SNMX, 
Spanner: T20P 

ASCB D50 TA Vv 

ASCB_D63 TS v 
ASCB D80 T6 Vv 

ASCB D100 17 Vv 

ASCB D125 T8 v 

ASCB_ D160 T9 v 

* Other Sizes Available On Request. 
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Face Mill 

O | TPKN 
a 

  

A ASPHALT 

Note 

A ASPHALT 

  

  

     

  

  

    

  

  
  

      
  

  

  

  

  

  

  

  

  

  

  

  

  

  

  

  

  

Fy 

e@° 

? 
Shoulder T 
Milling 

oS oe Insert Ic T BCH BS | © 

TPKN1603PDR 9.525 3.18 0.7 1.2 11 

TPKN2204PDR 12.7 4.76 0.7 1.6 11 

ee ce |: 
TPKN1603PDR - AS1020 e e 160 - 260 

TPKN2204PDR 2 AS1020 e 160 - 260 

Case Study 

Factors Case 

Model TPKN1603PDR 

AS1020 

Operation Facing 

Material EN-8 

Tool Dia 100 mm 

Pocket 8 

Ve 170 

RPM 550 

DOC (Ap) 1 
Feed(mm/tooth) 0.15 

: : : : : : Engagement(Ae) 60 % 

eos oth) I 

Cutter Body 

Code Size Tooth TPKNI6 TPKN22 
Spanner! Aa” | Spanner: AS 

ASCB D40 T3 Vv 

ASCB_ DSO 73 v 
ASCB__D63 T3 v 
ASCB D80 T4 v 

ASCB D100 TS v 

ASCB- D125 T6 v 
* Other Sizes Available On Request. 

  

* Recommended For Milling Of Steel & Cast Iron, For Semi Finishing, Semi Roughing & 
Roughing with Medium Or Large Chip Section & Machining in Unfavorable Condition. 

 



A ASPHALT 

Through Coolant 

Electroplated 

oO] 64Groove Ratio, 

Hole Making 
In
de
xa
bl
e 

  

  

      
    

= For Better Chip Removal g SPMG 

5 
= 
® 
O [ Plain [ are [ Half f Hole [Bice 

i Surface Surface | |Cylindrical) | Expasion Hole 
     
  

(ele (a (ele = 
  

  

SPMG050204 5 2.38 2.25 0.4 

SPMG060204 6 2.38 2.61 0.4 

SPMG07T308 7.94 3.97 2.85 0.8 

SPMG090408 9.80 4.30 4.05 0.8 

SPMG110408 1150 4.80 4.45 0.8 

SPMG140512 14.30 5.20 5.75 1.2 

SPMG050204 UD AS5015 e ° ° ® ° 50 - 280 

SPMG060204 UD AS5015 e e ° e ° 50 - 280 

SPMGO7T308 UD AS5015 e e ° e ° 50 - 280 

SPMGO090408 UD AS5015 e e ° e ° 50 - 280 

SPMG110408 UD AS5015 e ° ° e ° 50 - 280 

SPMG140512 UD AS5015 e e ° e ° 50 - 280 

U - Drill 
Code Insert Screw Spanner Size L/D=2 L/D=3 L/D=4 L/D=5 

ASUD  SPMGO5 $2250 TO6P 12.5 - 15.5 v v v 
ASUD SPMGO6 $2255 To7P 16 - 21.5 v v v v 

ASUD  SPMGO7_ $2580 TosP 22-275 v v v Y 
ASUD SPMGO9 $3590 T15P 28 - 33.5 v v v v 
ASUD  SPMG11__ $4010 T15P 34-41 v v v v 
ASUD  SPMG14 $5011 T20P 42-50 v v v v 

  

* All Size Are Available In OS Difference 
* Other Sizes Available On Request.   73-74



A ASPHALT A ASPHALT 

Hole Making Note 

Q | WCMX 
a” 

  
  

  

  

  

Plain Angle Half Hole Existing 
Surface Surface | |Cylindrical| | Expasion Hole 

(e\(e\(% (ele nso © [rela me 
     

  

  

    

  

WCMX030208 5.56 2.38 3.8 2.8 0.8 

WCMX040208 6.35 2.38 4.3 Sal 0.8 

WCMX050308 7.94 | 3.18 5.4 3.2 0.8 

WCMX06T308 9.525 3.97 65 Se 0.8 

WCMX080412 12.7 4.76 8.7 4.3 1.2 
  

  

  

  

  

  

  

  

  

  

        
  

  

        

Se ce |: 
WCMX030208 UD AS5015 ° e ° ° ° 50 - 280 
WCMX040208 UD AS5015 e e ° ° ° 50 - 280 
WCMX050308 UD AS5015 e e ° e ° 50 - 280 
WCMX06T308 UD AS5015 ° e ° e ° 50 - 280 
WCMX080412. - UD AS5015 ° e ° ° ° 50 - 280 

rie U - Drill 
Fe 

a Code Insert Screw Spanner Size L/D=2 L/D=3 L/D=4 L/D=5 

83 ASUD | WCMX03. $2550 TosP 14.-19.5 Y v v 

ox ASUD WCMX04 $2560 —‘ TO8P 20 - 23.5 v v Y v 
88 ; ASUD WCMX0S $3070 —‘T10P 24 - 30.5 ¥ v v v 
54 ASUD WCMX06 $3580 —- T15P 31-41 v v ¥ Y 

ASUD | WCMX08_ $4010 T15P 42-60 v v v v 
*Allsize Are Available In OS Difference 
* Other Sizes Available On Request. 
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Technical Data 
  

O | ZNMX 
a 

  

Cutter Dia (D) 

16 

20 

25 

32 

40 

50 

63 

Cutter Dia (D) 

25 

32 

40 

50 

63 

80 

100 

125 

  
Straight Ramp Down 

Straight Ramp Down 

Insert 

ZNMX06 

ZNMX06 

ZNMX09 

\B: Un-machined 

Max.Ramp(A2) Max.ap 

2.0 0.7 

1.5 1.0 

1.3 1.0 

0.9 1.0 

0.7 1.0 

0.6 1.0 

0.5 1.0 

Max.Ramp(A2) Max.ap 

2.2 1.5 

2.0 1.5 

1.5 1.5 

1.0 1.5 

0.9 1.5 

0.8 1.5 

0.7 1.5 

0.4 1.5 

Straight ramping 

  

= 
| 

Max. ramp ‘A’ 

  EE D 

Ma
x.

 
ap

 

          

13 

38 

41 

57 

64 

96 

Dia 

16 

20-63 

25-125 

R Program 

1.5 0 

2.0 0 

2.5 0 

A Overcut 

A ASPHALT 

B Unmachined 

0.35 

0.42 

0.61 

Helical Ramp Down 

Min. Length (L) Min. dia (HD) 

23 32 

31 40 

41 50 

55 64 

71 80 

91 100 

117 126 115 

Max dia (HD) Max Pithch/Rev 

0.7 

0.8 

1.0 

1.0 

1.0 

1.0 

1.0 

Helical Ramp Down 

Min. Length (L) Min. dia (HD) Max dia (HD) 

39 42 50 

43 56 64 

57 72 80 

86 92 100 

96 118 126 

107 152 160 

123 192 200 

215 240 250 

Helical ramping 

Max Pithch/Rev 

1.5 

eS) 

1.5 

eS) 

1.5 

Ls) 

1.5 

Ls) 

  

  

  

    

Technical Data 
  

    

A ASPHALT 

O WDMW 

Insert Dia R Program A Overcut B Unmachined 

Sq 
% WDMWO06 25 - 63 3.0 0 0.46 

ey WDMWO08 32-100 3.0 0 0.63 
& oO 

Straight Ramp Down Helical Ramp Down 

Cutter Dia (D) 

Max.Ramp(A2) Max.ap Min. Length(L) Min. dia (HD) Max dia (HD) Max Pithch/Rev 

25 4 2.0 14.3 33 46 1.0 

32 2.5 2.0 22.9 47 60 1.0 

40 1.5 2.0 38.2 63 76 1.0 

50 1.1 2.0 52.1 83 96 1.0 

63 0.8 2.0 71.6 107 122 1.0 

Straight Ramp Down Helical Ramp Down 

Cutter Dia (D) 
Max.Ramp(A2) Max.ap Min. Length(L) Min. dia (HD) Max dia (HD) Max Pithch/Rev 

32 4.0 2.0 14.3 41 60 1.5 

40 3.0 2.0 19.1 57 76 LS) 

50 2.0 2.0 28.6 77 96 1.5 

63 LS 2.0 38.2 103 122 LS) 

80 1.1 2.0 52.1 137 156 1.5 

100 0.8 2.0 71.6 177 196 LS) 

Hi RAMPING @ HELICAL RAMP DOWN 

L @ How To Derive A Locus Of The Centre Of The Tool. 

@dc = @DH - DCX 
Locus of Desired hole Cutting Diameter 
the centre diameter Maximum 

————$——_Z of the tool 

Ty x = z @ For The Depth Of Cut Per Pass, Refer To The 

o z| 9 | Cutting Conditions Above For Helical Ramp Down. 
  

  

  
    

ir 
  

  

  
@ When Ramping And Helical Cutting, Please Apply A Lower Feed. 

@ When Helical Ramp Down, 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. 

® Set The Machine Spindle Revolution So That The 

Tool Is Rotating And Cutting In A Down Cut Direction. 

@ Where Dc Cutter Dia. 10.1(;WDMW06) 

e@ Where Dc Cutter Dia. 11.7(/(WDMW0O8) 
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Trouble Shooting 
  

Vibration 

Tool Life Problems 

  

  

# Improve The Stability Of Cutter And Workpiece. 

* Change Cutter Positioning. 

© Minimize Tool Overhang. 

*® Reduce The Cutting Speed. 

e Increase The Feed Rate. 

® Reduce The Depth Of Cut. 

* Select A Different Insert Geometry, 

See Page Insert Geometry 

@ Use Anti - Vibration Bar 

A ASPHALT 

   

    

  

   (t Gs Ze) 

  

e Improve The Stability Of Cutter And Workpiece. 

® Minimize Tool Overhang. 

® Reduce The Feed Rate. 

® Increase The Cutting Speed 

© Use Coolant. 

* Use Wiper Inserts. 

* Keep Feed/rev Value Within Wiper Width 

¢ Use Anti - Vibration Bar 

  

Rapid Notch wear 

Rapid Flank Wear 

Reduce The Cutting Speed. 

YS Increase The Feed Rate. 

Climb Milling. 

Reduce The Cutting Speed. 

Increase The Feed Rate. 

Increase The Depth Of Cut. 

Climb Milling. 

Change Cutter Positioning 

Chipping Increase The Cutting Speed. 
Reduce The Feed Rate. 
Conventional Milling. 
Improve Chip Evacuation. 

Change Cutter Positioning. 

Ge Minimize Tool Overhang. 
Improve Stability. 

Comb Cracks 

Reduce The Cutting Speed. 

Ge Reduce The Feed Rate. 

No Coolant 

Change Cutter Positioning. 

Built-Up Edge (BUE) Increase The Cutting Speed. 
Increase The Feed Rate 
No Coolant. 

Toy Climb Milling. 
Change Cutter Positioning 

MACHINING APPLICATION 

ASPHALT OPTIMAX 

  

Asphalt Personalize App Your Smart Machining Assistant 

Designed To Help You Select The Perfect Cutting Tool 

Based On Material, Application, And Operating 

Conditions. 

Key Highlights: 

e Intuitive And Easy-to-use Interface Suitable For All 

Machine Shop Personnel 

e Instant Access To Recommended Machining Parameters 

With Optimized Ranges 

® Accurate, Material-specific Calculations For Enhanced 

Performance And Productivity 

e Ensures Consistent Results With Verified Tooling And 

Application Data 

Optimized For Machining Excellence 

  

A ASPHALT 

A ASPHALT” 
Machining Calculator 

ASPHALT OPTIMAX 

Play Store App Store 

> 

® This Application Delivers Precise Machining Parameters Tailored To Your Selected Cutting 

Tool And Operation, Ensuring Improved Efficiency, Reliability, And Component Quality. 

Continuous Innovation We Are Actively Developing 

Additional Productivity Tools Such As: 

e@ Cost Per Component Calculator 

® Application Based Tool Selection Assistant 

© And many more to enhance your machining experience 

Stay Updated - Download And Explore The Next Generation Of Machining Intelligence. 
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A ASPHALT 

Note 

 


