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We, ASPHALT SYNDICATE LLP. Specialise In Tools Application
Engineering. We Are Mainly Focused In Solid Carbide
Endmill & 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 Rarnks OF Satisfied Custormers Who Have
Elevated Their Machining Capabilities With Our Top-notch
Products. Experience The Asphalt Syndicate LLP. Advantoge
And Witness The Difference In Your Manufacturing Operations.

ASPHALT SYNDICATE LLP. Is Bound To Share Their Expertise And
Support With Custormers To Built A Greater INDIA.
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A ASPHALT

Megatron

Flat Carbide Endmill
4 Flute

A=A

6535-HA Steel

Facing Ramping Side Milling

(&) B s

Dia (D) Flute Total Shank
Length (I) Length (L) | Dia (d)
%’ 3 9 50 4
4 12 50 4
5 15 50 6
’_.i 6 18 50 6
8 24 60 8
10 30 75 10
- 12 36 75 12
16 45 100 16
20 50 100 20
- Dia(D) Tolerance
Up to (mm)
I 6 +0/-0.02
12 +0/-0.025
| 20 +0/-0.03
* Shank Dia (d) Tolerance hé

| @12@2 & AzB

Applicable Working Material © Excellent © Good
Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless
Steel Steel Cast Iron & Staal Titanium Inconel
~HB225  HB225~325  HRc~50 I HRc~55 HRc~60 Aluminium ee
[ @& [ & | e | | | ® | | @ | O | ©o |
1-2




L
S \
' \

bl
>
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EEEER Flat Carbide Endmill
[ |
EEEE 4 Flute
, . E EEEHB |
= = B H N
. E B R H B
= B m H B [AITiCrSiN [ Z [@ EJIII [Ge"e“'
45° Unequal | | 6535-HA Steel
B [ ] 7] . . Slotting Pocketing Facing Ramping Side Milling
"= ® E B Dia (D) Flute Total Shank
Length (I) Length (L) | Dia (d)
o = 1 3 50 4
= | | 2 50 4
% 3 9 50 4
BT a 4 2 50 “
5 15 50 6
’..E. 6 18 50 6
8 24 60 8
10 30 75 10
- 12 36 75 12
16 45 100 16
20 45 100 20
5 Dia(D) Tolerance
Up to (mm)
' 6 +0/-0.02
12 +0/-0.025
20 +0/-0.03
|
I » Shank Dia (d) Tolerance hé
@ A
Applicable Working Material ® Excellent O Good
Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless
Steel Steel Cast Iron & Stael Titanium Inconel
~HB225  HB225~325  HRc~50 HRc~55 HRc~60 Aluminium ee
® @ ® ] O O O
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Multitron

Ballnose Carbide Endrmill
2 Flute

@ || ©N || cenent
2 Flute 6535-HA Steel

Profilling Side Milling

Dia (D)

RO.5
RO.6
RO.7
% RO.75
R1
- R1.25
R1.5
R1.75
R2
R1
R1.25
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
RS
R6
R8
R10

Applicable Working Material
Carbon Alloy Hardened Steel High Hardened Steel

Steel Steel Cast Iron
~HB225 HB225~325 HRc~50 HRc~55 HRc~60

® ® L J ©)

Flute
Length (I)
2

2.4

2.8

0 N O B0 N O

-t el | el | )
EI3IR8la|r|o|D

Copper
&
Aluminium

Total

A ASPHALT

Shank

Length (L) Dia (d

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
75
75
100
100

Dia(D)
Up to
6

12

20

o+ 10 R BN ST« T = - N0 e R - O~ I O I T Y I

—) )
N o nw o

)

Tolerance

(mm)

+0.00
+0.01

5

+0.015

* Shank Dia (d) Telerance hé

Stainless
Steel

@]

@ Excellent QO Good

Titanium

O

Inconel

O
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Hardtron

Ballnose Carbide Endrmill
2 Flute

. ardened
AITICrSiN ’ [ Z%e [6535_HA ["' et
Profilling Side Milling
Dia (D)
AT

RO.5
RO.6
RO.7

% RO.75
R1
(a]

N\

R1.25
R1.5
R1.75
R2
RO.5
RO.6
RO.7
RO.75
R1
R1.25
R1.5
R2
R2.5
R3
R3.5
RA
R5
— R6

Applicable Working Material
Carbon Alloy Hardened Steel High Hardened Steel

Steel Steel Cast Iron
~HB225 HB225~325 HRc~50 HRc~55 HRc~65

Flute
Length (1)

o

Copper
&
Aluminium

Total

A ASPHALT

Shank

Length (L) Dia (d

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
75
75

Dia(D)
Up to

6
12

o= T8 I < R o I O e o e NI o O e I e I -~ O~~~ B~ Y~~~

- | =t
N o

)

Tolerance

(mm)

+0.00
+0.01

5

¢ Shank Dia (d) Tolerance hé

Stainless
Steel

@ Excellent © Good

Titanium

Inconel



EEEEDE A ASPHALT
EEEEEN )
EEEEN Flat Carbide Endmill
[ |
EEER 4 Flute
E R EEB |
= E HH BN
= m B BB
| | | . . [ @ ml [Universal
LFlute | | 6535-HA
] [ ] i) H B Facing Ramping | Side Milling
<
= § E B [ @ {@ [5
[ ] ||
Dia (D) Flute Total Shank
= = Length ()  Length (L) Dia (d)
e . S e P e
3 7 50 L
‘ o 4 10 50 4
5 152 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
- 10 35 100 10
12 30 75 12
I 12 42 100 12
16 40 100 16
| 16 56 150 16
20 50 100 20
20 70 150 20
)
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 @ Excellent O Good
Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless
Steel Steel . Cast Iron & Staal Titanium Inconel
~HB225  HB225~325  HRc~50 HRc~55 HRc~60 Aluminium ee
@ ® D O & @ L
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EEEERN A ASPHALT
il Utron
HEEEEN
EEEEE Flat Carbide
Uncoated U-Groove Endmill Dia (D) Flote | Joml | shank
eng engt ia
e 2 Flute - 55 HRC | 3 el
I B . . | 1.5 5 50 4
= E BB B 2 6 50 4
= ninls 2.5 8 50 A
3 10 50 3
= = =lalm 4 [F;::;s 3 10 50 4
Ramping | Side Milling 3.5 12 50 4
" = m EH B )‘ 4 12 50 A
@ l @ 5 15 50 5
| E E B 6 18 50 6
v i 7 21 60 8
8 24 60 8
s B 9 27 75 10
10 30 75 10
u 1 33 75 12 (.12
12 36 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 QI
20 45 100 20 O
1 75 4
1.5 75 4
2 6 75 4
3 15 75 4
4 15 75 A
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 5
18 60 150 18 3
Dia(D) Tolerance 20 60 150 20 DC)
Up to (mm)
6 +0/-0.02 3 12 i 3
12 +0/-0.025 - 2 i &
20 +0/-0.03 3 = 100 2 >|-E|
6 30 100 6 e
# Shank Dia (d) Tolerance hé 6 35 150 6 P
8 40 100 8 o
Applicable Working Material 8 50 150 8 5
o 10 50 150 10 3
Boseinit 12 60 150 12 iQ

@ ® Excellent © Good




EEERER A ASPHALT
el Utron
H B EERN
EEEEE Flat Carbide
Uncoated U-Groove Endmill Dia (D) Flote | Joml | shank
eng engt ia
e 3 Flute - 55 HRC | 3 e |
E HEEHEHB | 15 5 50 4
= E BB B 2 6 50 4
2.5 8 50 4
= B BB [r@ ml [Non_ 3 10 50 3
= = B H N 350 RIS 6535-HA“\§ Ferrous 3 10 50 4
Slotting Pocketing |  Facing Ramping | Side Milling 3.5 12 50 4
» = = H B 4 12 50 4
® |®[$L@W[@ : r 5 g
| E E B 6 18 50 6
e 7 21 60 8
8 24 60 8
= @ 9 27 75 10
10 30 75 10
u 1 33 75 12 (.12
r—ﬂ—‘ 12 36 75 12 @)
. 14 45 100 14 -
f 16 45 100 16 Q
18 45 100 18 QI
— 20 45 100 20 O
' 1 75 4
1.5 75 4
i 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
i | | 12 45 100 12
M 14 60 150 14
= 16 60 150 16 5
18 60 150 18 =
Dia(D) Tolerance 20 60 150 20 |D
Up to (mm)
5 .0 3 12 100 3
12 +0/-0.025 - 2 i &
20 +0/-0.03 3 = 100 2 UL
6 30 100 6 >._<|_
» Shank Dia (d) Tolerance hé 6 35 150 6 P
8 40 100 8 o
Applicable Working Material 8 50 150 8 5
- 10 50 150 10 3
Mt 12 60 150 12 0

@ ® Excellent © Good




EEERER A ASPHALT
XLLELE Astron
HEEEEN
EEEEE Flat Carbide
DLC Coated U-Groove Endmill | pia @ Flote o Totl o stank
eng engt ia
e 3 Flute - 55 HRC | 3 e |
I B . . | 1.5 5 50 4
= E BB B 2 6 50 4
2.5 8 50 A
= & B BN @ [Non_ 3 10 50 3
= = B H N 3Flute 6535 HA || Ferrous 3 10 50 4
Slotting Pocketing Facing Ramping | Side Milling 3.5 12 50 4
= = B EH B 4 12 50 A
® [@1 & @W[ 5 : r 5 g
| E E B 6 18 50 6
il 7 21 60 8
8 24 60 8
- @ 9 27 75 10
10 30 75 10
u 1 33 75 12 (.12
r—ﬂ—‘ 12 36 75 12 @)
T, 14 45 100 14 -
16 45 100 16 Q
18 45 100 18 QI
— 20 45 100 20 O
| 1 75 4
1.5 75 4
i 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
i | 12 45 100 12
M av 14 60 150 14
- 16 60 150 16 5
18 60 150 18 3
Dia(D) Tolerance 20 60 150 20 DC)
Up to (mm)
6 +0/-0.02 3 12 i 3
12 +0/-0.025 - 2 i &
20 +0/-0.03 3 = 100 2 UL
6 30 100 6 >._<|_
» Shank Dia (d) Tolerance hé 6 35 150 6 P
8 40 100 8 o
Applicable Working Material 8 50 150 8 5
o 10 50 150 10 3
Boseinit 12 60 150 12 iQ

@ ® Excellent © Good




Asphalt Premium Elegance is beauty
that mever Fades




A ASPHALT

Flat Carbide Endmill 35°

TiSIN Coated
= 35° Helix / 45“H|gh Helix 4 FIUte - 55 HRC .
% 0.6 nm Particle Dia (D) Eluteth i Total Shank
@) DIN 6535 Forrm HA eng Length (L) Dia (d)
% & Steel 30-55 HRC 1 25 50 4
L P20 1.5 4 50 4
8 8 Hot Die Steel (H13, H11, H21) 2 5 50 4
E 'g Stainless Steel <565 HRC 2.5 6.5 50 IA
=) o D2 3 75 50 3
E E Alurminium o 7.5 50 4
0] 0 35 9 50 A
L 3]
o o 4 10 50 /A
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
12 30 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 9
20 45 100 20 O
1 3 75 A
1.5 5 75 A
2 6 75 A
3 9 75 A
a] A 14 75 A
5 20 75 5
! 6 21 75 6
8 30 75 8
10 45 100 10
— 12 45 100 12
14 60 150 14
16 60 150 16 5
R 18 60 150 18 -
. 20 60 150 20 0
.|
: 3 12 100 3
A 18 100 A
5 25 100 5 Im
' 6 a7 100 6 ,>_<,_
6 40 150 6 P
! 8 35 100 8 Q
8 50 150 8 6
. l 10 55 150 10 3
] 12 60 150 12 0




Premium

Flot Carbide Endrmiill wigh Heiix 4a5%)

4 Flute - 55 HRC

P20

D2

Recommended For

Steel 30-55 HRC

Hot Die Steel (H13, H11, H21)
Stainless Steel <55 HRC

Alurminium

Dia (D)

ool Pl WH (N =
4]

PR ) R T Y
o oo B~ N O

20

Flute
Length ()
2.5
In

S
6.5
7.5
75
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)

(oo e RN B S B S B S S B I R - R

222222
o ® o M M O O

0o o &~ BB BB

[T o A
o oo B~ N O

20

PJOPLOIS

OLOT

OLOT 041X3

Ballnose Carbide Endrmill

2 Flute - 55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steel <565 HRC

D2

Aluminium

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré6
R7
R8
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2:5
R3
R4
R5
Ré6
R7
R8
R?
R10

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré

Flute
Length (1)

0 N o0 BN

N NN NN 2 oo
O 6 N N O O B MO

(o< I o R - ¥ I G

10

16

20
24
28
352
40
40

12
12
16
16
20
24

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
TS
100
100
100
100

75
75
75
75
75
75
75
7
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

[+ 20 v TN e RN &) BRRF R S - O I S R i

|l al =] =
= NN O O

=
co

PJOPUBIS

(o= S ¢, I S - - R B

P S (R
o BN O

20

OLIOT

OLOT 041X3
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Ballnose Carbide Endrmmill

4 Flute - 55 HRC

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steels <565 HRC
D2

Aluminivm

Recommended For

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
R6
R7
R8

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré
R7
R8

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

0 N o001 BN

[P . [P
® RN S ®>Fr 8o

32

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

75
75
75
75
75
75
75
75
100
100
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

w0 o0& BB

I e [P - (R
o BN M O O

0o ot B BFPF B

Y R -
~ N O

16

PJOPLDIS

OLOT

OLO7 111X3

Ballnose Carbide Endrmiill xigh Helix 45%)

2 Flute - 55 HRC

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steel <565 HRC

D2

Aluminium

Recommended For

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré6
R7
R8
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2:5
R3
R4
R5
Ré6
R7
R8
R?
R10

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré

Flute
Length (1)

00 N OO NN

O 6 N N O O B MO

(o< I o R - ¥ I G

10

16

20
24
28
32
40
40

12
12
16
16
20
24

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
TS
100
100
100
100

75
75
75
75
75
75
75
7
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

[+ 20 v TN e RN &) BRRF R S - O I S R i

(O [N (T T (BT Y )
o ® o B NN O O

(o= SN ¢, I S - - R

alalal=| =
0 o N O

20

PJOPUBIS

OLIOT

OLOT 041X3
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Premium A ASPHALT Premium
Corner Radius (CR) Carbide Endmill

Carbide Endmmill 55 HRC - 6 mm Shank

4 Flute - 55 HRC .
i [ -
Dia (D) CR (r) Eleu:;th 0 I::nz:th s SD?:?L() L(E |SJt2eoeI 30-55 HRC 4F F|C]'|I EI'IdI'I'II”
5 ﬁtz?l 30-55 HRC X e . = . § ;ot' Die Steel (H13, HIl, H21) Bia (D) Flute otz Shank
o . 3 1 8 50 3 2 ainless Steel <55 HRC Length (I) Length (L)  Dia (d)
o Hot Die Steel (H13, H11, H21) o D2
T | Sstainless Steel <565 HRC 4 o = i 4 E | Awminiovm 1 3 50 6
o D2 4 1 10 50 4 E 15 4 50 6
E | Auminium 5 0.5 12 50 5 9 2 5 50 6 R
E 5 1 12 50 5 o 2.5 8 50 6 @)
o 6 0.5 15 50 6 3 3 50 6 -]
a4 6 1 15 50 6 3.5 10 50 % Q
8 0.5 20 60 8 % L 10 50 6 9
8 1 20 60 8 5 12 50 6 Q
10 0.5 25 75 10
10 1 25 75 10 (.LQ D\—"‘ 1 3 75 6
10 1.5 25 75 10 @) 15 s 75 5
12 0.5/1 30 75 12 a _ 2 5 75 m
12 1.5 30 75 12 Q | 2.5 6 75 6
12 2/25 30 75 12 = F 2 3 12 75 6
16 1/2/25 35 100 16 O - 15 v 75 z —
4 20 75 6 g
3 0.5 12 75 3 = 5 29 i L K
3 1 12 75 3
4 0.5 20 75 4
4 1 20 75 4
PR = = = = = 2F Ballnose Endrmill
/ 6 0.5 25 75 6 Dia (D) Flute Total Shank
b 6 1 25 75 6 - Length ()  Length (L)  Dia (d)
8 0.5 30 75 8 RO 3 =0 P
8 L =0 i 2 RO.75 3 50 6
— 10 0.5 40 100 10 % i % £ 5 (.12
LY | &0 190 L — a R1.25 5 50 6 (@)
, 12 0.5 45 100 12 o) = 5 =0 i .|
1 12 L = 0 2 —] - R1.75 7 50 6 Q
. 16 1 - 150 16 0 R i En 4 9
L R2.5 10 50 6
; 3 0.5/ 1 12 100 3 Q
4 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
| 6 0.5 /1 30 100 6 el R1 4 75 6
6 1 40 150 6 =1 R1.25 5 75 6
! 8 0.5/ 1 35 100 8 0O R1.5 6 75 6
8 1 50 150 8 5 R1.75 7 75 6 6
. 10 1 60 150 10 3 | R2 8 75 6 3
1 12 1 60 150 12 e | R2.5 10 75 6 re)
R o

d
L
1

N
N
)
™
1

R



Prerm | UITI m A ASPHALT

Carbide Micro Carbide Endrmiill
Long Nechk Endmill 2 Flute - 55 HRC
55 HRC

& Steel 30-55 HRC
L P20
b Steel 30-55 HRC o Hot Die Steel (H13, HI1, H21)
w P20 g Stainless Steel <55 HRC
8 Hot Die Steel (H13, H11, H21) 0] D2
© | stainless Steel <55 HRC E Aluminivm
) D2 =
E Alurminiurm T
E o
o
)
[a 4
Flat Endrmill
Dia (D) Flute Total S|_1ank
. 4F Flat Endrmill Lenaih eghlh o) |
: 0.3 2/3/4/6/8/10 50 4 e
Dia (D) El::gth " I:Eaglth o ﬁ,?:?ﬁ) - 0.4 2/3/4/6/8/10 50 4 @)
— 0.5 2/3/4/6/8/10 50 4 -
1 4/6/8/10/12/15/20 50 A @) 0.6 2/3/5/6/8/10 50 4 Q
1.5 6/8/10/12/15/20 50 4 - 07 2/3/4/6/8/10 50 4 Q
2 6/8/10/12/15/20 50 A L2, 0.8 2/3/4/6/8/10 50 4 a
2.5 6/8/10/12/15/20 50 A 0O
3 10/12/15/20 50 4 Ell
*
| . Ballnose Endmill
i 2F Ballnose Endrmlll o
| ia (D) Flute Total Shank
! Dia (D) Flute Total Shank Length (1) Length (L)  Dia(d)
| - Length (1) Length (L)  Dia (d) ('12 e 2/3/4/6/8 50 3 (.LQ
i RO.5 4/6/8/10/12/15/20 50 A @) RO.2 2/3/4/6/8 50 A @)
i R0.75 4/6/8/10/12/15/20 50 IA - R0.25 2/3/6/6/8 50 4 -
; R1 6/8/10/12/15/20 50 4 L RO.3 2/3/4/6/8 50 4 Q
! R1.25 6/8/10/12/15/20 50 A Q RO.35 2/3/4/6/8 50 A 0O
| R1.5 10/12/15/20 50 4 a RO.4 2/3/6/6/8 50 4 a
|




A ASPHALT

Flat Carbide Endmill

AITISIN Cc =Y
e 4 Flute - 65 HRC
g OAnm Particle Dia (D) Flute Total Shank
% = Length (I) Length (L) Dia (d)
o 2 Steel 30-65 HRC 1 2.5 50 4
._(I) L_OL P20 - 1.5 4 50 A
© @ Hot Die Steel (H13, H11, H21) 2 5 50 4
E E Stainless Steel <65 HRC 2.5 6.5 50 4
5 E Hardened Steel 3 7.5 50 3
E E Carbon Steel 3 7.5 50 4
GI_) 9 3.5 9 50 4
= o A 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
11 30 75 12 c.;’..)
12 30 75 12 @)
14 45 100 14 -
16 45 100 16 L)
18 45 100 18 9
20 45 100 20 e}
1 3 75 4
1.5 5 75 4
5 6 75 4
3 9 75 4
(] 4 13 75 4
5 20 75 5
| i 6 20 75 6
8 24 75 8
10 45 100 10
- 12 45 100 12
14 60 150 14
16 60 150 16 5
Ly 18 60 150 18 -
. 20 60 150 20 Q0
- |
! 3 12 100 3
4 25 100 4
| 5 25 100 5 Tl
6 25 100 6 .>_<,_
6 40 150 6 .
! 8 35 100 8 Q
8 50 150 8 5
. 10 60 150 10 =
| 12 60 150 12 0

N
~
1
N
=]




Premium
Ballnose Carbide Endrmiill

2 FIUte = 65 HRC Dia (D)

Steel 30-65 HRC RO.5
P20 RO.75
Hot Die Steel (H13, H11, H21) R1
Stainless Steel <65 HRC R1.25
Hardened Steel R1.5

Carbon Steel R1.5
R1.75

R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré
R7
R8
R9
R10

—% RO.5

RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré6
R7
R8
R9
R10

Recommended For

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

00 N OO BN

10

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)

(o< TR+ < e U ¥ BURE S B A S I R R - )

OO N T N e e
o ®©® o B M N O O

0 o n b~ BB BB

=t P s P e
o oo~ N O

20

P10PUOIS

OLOT

OouUO7 J1X3

Premium
Corner Radius (CR)

Carbide Endrmill
4 Flute - 65 HRC

Recommended For

Steel 30-65 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steel <65 HRC
Hardened Steel

Carbon Steel

P

o
\_

i

|

Dia (D)

(o« T~ B o I o S, IR ¢ . IR - S - R ¥ R ]

Y [ QY O PO |
o NN N O O O

0O 0O OO 1 1 B P WNW

| = =
N O O

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./9.5

0.5

0.5

0.5

0.5

0.5

0.5

0.5

05/1
05/1
05/1
05 /1

05/1

Flute
Length ()
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

12
20
20
30
40
35
50
60
60

Total
Length (L)
50
50
50
50
50
50
50
50
60
60
75
75
75
7S
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
3
4
4
5
5
6
6
8
8
10
10 (.12
10 %
12
12 8
12 =
16 Q
3
3
4
A
5
5
6
6
8
8
10
10 5
12 :
12 ID
3
4
5 m
: %
6 —
s Q
8 —
10 g
12 ID

N
0
]
(5]
O



P remium A ASPHALT m A ASPHALT

Carbide Micro Carbide Endrmiill
Lorng Neck Endmmill 2 Flute - 65 HRC

65 H RC = Steel 30-65 HRC
R P20
L Steel 30-65 HRC o Hot Die Steel (H13, H11, H21)
L P20 g Stainless Steel <65 HRC
. Hot Die Steel (H13, HI1, H21) o Hardened Steel
o Stainless Steel <65 HRC E Carbon Steel
) Hardened Steel E
E | carbon steel o
E o
o
(O]
o
) S
ae Ma l
Iy t Flat Endmill
‘ 9
| . & Dia (D) Flute s Total Shank
| : Length (I) L h (L Dia (d
| A4F Flat Endrmill i eng mght) |t |
- ! 0.3 2/3/4,/6/8/10 50 4 i
| Dia (D) Flute Total Shank Y
Length (1) Length (L) Dia (d) w Q 0.4 Eaelan >0 4 Q
| g y 0.5 2/3//6/8/10 50 4 |
| 1 6/8/10/12/15/20 50 4 @) 3 0.6 2/3/4/6/8/10 50 4 Q
| 1.5 6/8/10/12/15/20 50 4 - 0.7 2/3/4/6/8/10 50 4 Q
. 2 6/8/10/12/15/20 50 4 L) L 0.8 2/3/4/6/8/10 50 4 Q.
| 2.5 6/8/10/12/15/20 50 A 9 "
: 3 10/12/15/20 50 n e}
&
| l
| _ Ballnose Endmill
| 2F Ballnose Endmill .
| $ Dia (D) Flute Total Shank
! T Dia (D) Flute Total Shank - g Length1) Length (L) | Dia (d)
: Length (1) Length (L) Dia (d) ('12 E ROS 2/3/4/6/8/10 50 4 (.LQ
| RO.5 6/8/10/12/15/20 50 4 @) E RO.2 2/3/4,/6/8/10 50 4 (@)
i RO.75 6/8/10/12/15/20 50 4 - | R0.25 2/3/4,/6/8/10 50 4 -
| R1 6/8/10/12/15/20 50 4 L2 E RO.3 2/3/4/6/8/10 50 5 0.
R1.25 6/8/10/12/15/20 50 4 9 RO.35 2/3/4/6/8/10 50 4 9
| R1.5 10/12/15/20 50 4 O L RO.4 2/3/4,/6/8/10 50 4 O
| .




w

HRC Serie

50

AITIN Coated

ZE50 L]
a0 He

liX

Q.6 nm Particle

DIN 6535 Forrm HA

Flat Carbide Endmmill
4 Flute - 50 HRC

Recommended For

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminivm

Dia (D)

ol PN
w

i [ P
0 o B~ N O

20

12
20
20
25
30
40
45
60
60
70
70

12
25
25
30
40
35
50
50
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
TS
75
75
100
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)

0 o0 o BB WP P PP

Slalalalal =
o B NN O O

N
o

PJOPUBIS

Lo TN o N ¥, IR~ S T R R a

S (ROl ) N
o~ BN O

18

OLIOT

OLIO7 011X3

33-34



Ballnose Carbide Endrmill
2 Flute - 50 HRC

Recommended For

S N

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminivm

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré
R7
R8
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2:5
R3
R4
R5
Ré6
R7
R8
R¢
R10

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

00 N OO 1 BN

W NN NN =2 2 = a3
OO N o &~ NO O BN O

40

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 01 B PP

Y T N R e
o & o M N O O

ool BB

e B e P s
0o o B~ N O

20

PJOPUIS

OLIOT
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Ballnose Carbide Endrmill

4 Flute - 50 HRC

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminium

Recommended For

3 %

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
R6
R7
R8

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré6
R7
R8

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

0 N OB WNN

o (] [
BIRINIB|(e||F|lRm|o

32

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

75
7
75
75
75
75
75
75
100
100
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

(o= 2NN+ T o SN ¥ L B R S O R S R i

I [ RN
N O ©

I
[ S )

PJOPUBIS

o BB BB

— | =
N o

OLOT

16



Corner Radius (CR)

Carbide Endrmill

4 Flute - 50 HRC

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminivm

Recommended For

Dia (D)

0 00 O O 1 L1 B OB W W

ala | alalal=) =
NN N O O O

0 00 o0 O 1 BT B B W W

) [
N O O

12

CR (1)

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

20
20
20
20
25
25
30
30
40
40
45
45

12
15 / 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 0 o O 1 1 B P W OW

| ([
N O O

12

JOPUIS

OLIOT

OLO7 J1X3

Carbide Endrmill
50 HRC - 6mm Shank

16 Mild Steel

i Casting

o] Steel 30-45 HRC Dia (D)

5 EN Grade Material

C Aluminivm

)

0 1

E 1.5

S 2

o 2.5
3
3.5

1.5

275

3.5

Toesy! &

Dia (D)

RO.5

RO.75
% R1

- R1.25
' R1.5
R1.75
R2
R2.5

RO.5
RO.75
R1
R1.25
R1.5
R1.75
R2
R2.5

A ASPHALT

4F Flat Endmmill

Flute
Length ()

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
75
75
75
75
75

2F Ballnose Endmill

Flute
Length ()

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
7.5
75
75
75
75

Shank
Dia (d)
é
6
s 2,
6 %)
s -]
6 Q
2 @)
—
6 @]
6
6
6
6
6
—
é
: =
6 i
Shank
Dia (d)
6
6
6 )
6 @)
6 :
. Q
6 o
6 O
6
[}
6
6
6
—
6
O
6 —1
6 i

57 - 38



A ASPHALT

Flat Carbide
256 :r:r;m‘c'e Cogted El—ldn—“” Dia (D) Eleur;(;;th o Shank

Length (L) Dia (d)

TiSIN Coated

DIN 6535 Forrm HA 2 FI t _ 55 H RC 1 . — -
U e 1.5 5 50 4
2 6 50 4
é |Sat2eoel 30-55 HRC o 5 50 A
o] . 3 10 50 3
o Hot Die Steel (H13, H11, H21) 7 = = ”
ke Stainless Steel <55 HRC
q':) D2 3.5 12 50 A
E Alurminium = = 24 4
E 5 15 50 5
o 6 18 50 6
o 7 21 60 8
8 24 60 8
9 27 75 10
10 30 75 10
1 33 75 12 (.;,..)
12 36 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 Q
20 45 100 20 O
1 75 4
1.5 75 A
2 75 4
%_;Q 3 15 75 A
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 5
. 3 18 60 150 18 -
\/d 20 60 150 20 0
-
| 3 12 100 3
A 20 100 4
5 25 100 5 Im
6 30 100 6 el
6 35 150 6 P
8 40 100 8 O
8 50 150 8 5
10 50 150 10 =
12 60 150 12 re)
’——.,5-—‘

39 -40




Flat Carbide Endmmill
4 Flute - 55 HRC

Recommended For

Steel 30-55 HRC
P20
Hot Die Steel (H13, HI1, H21)
Stainless Steels <565 HRC

D2
Aluminivm

Dia (D)

(oI e S ¥, N - O R e
(9,1

P EC N T Y
0o o B N O

20

12

20
20
25
30
40
45
60
60
70
70

12
25
25
30
40
35
50
60
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
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)

(oI I e SR ¢ R R R R T R S R S )

| afa] o]z =
BB ®oarPd o oo

(oI e ¥, I - — R R — B o

| e [N | | Y
o o BN O

20
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Ballnose Carbide Endmmill
2 Flute - 55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, HI1, H21)
Stainless Steels <55 HRC
D2

Aluminivm

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré6
R7
R8
R?
R10

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré6
R7
R8
R9?
R10

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

00 N OO 1 BN

PR REECHE R CR C Y S RS i i
O 0 N O BN O O B MO

(oI« S - R ¥ R ]

10

16

20
24
28
32
40
40

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)

(eI e B« SRR ¥ L B R R - R R S -

aflalala]
NN O O

i
co

PJOPUIOIS

0w o v~ 8

| = | = =
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OLIOT
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Ballnose Carbide Endrmmill

4 Flute - 55 HRC

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steels <565 HRC
D2

Aluminivm

Recommended For

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
R6
R7
R8

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré
R7
R8

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré6

Flute
Length ()

0 N o001 BN

[P . [P
® RN S ®>Fr 8o

32

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

75
75
75
75
75
75
75
75
100
100
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

w0 o0& BB

i [P
N O O

—_
B~

PJOPLDIS

0o ot B BFPF B a‘

ol =
N O

OLOT

16
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Carbide Endmmill
200mm Long
55 HRC

5 Steel 30-55 HRC

i P20

2 Hot Die Steel (H13, H11, H21)
e Stainless Steel <565 HRC

® D2

E Aluminium

(o}

[

U]

2 4

d 4-——--—-

Dia (D)

10
12
16
20

Dia (D)

R3
R4
R5
Ré6
R8
R10

Flute
Length (1)
45

70

85

90

100

100

Flat Endrmill

Total
Length (L)
200

200

200

200

200

200

A ASPHALT

Shank
Dia (d)

olNnid ¥

Ballnose Endmiill

Flute
Length (1)
12

16

20

24

32

40

Total
Length (L)
200

200

200

200

200

200

Shank
Dia (d)
6

8

10

12

16

20

oINI4 ¢

43-44



A ASPHALT A ASPHALT

Corner Radius (CR) Carbide Endmill
Carbide Endrmill 55 HRC - 6mm Shank

T | f | Eelimmam 4F Flot Endrmill
ia r Flute Total Shank L
Steel 30-55 HRC Length (I i ;
LI‘E S5t ength () Length (L)  Dia (d) 2 Hot Die Steel (H13, HI1, H21) Dia (D) Flute Tot] T
. ko) Stainless Steel <65 HRC Length () Length(L)  Dia (d)
© | HotDie Steel (HI13, H1l, H21) 3 0.5 8 50 3/4 c o
5 | Stainless Steel<55HRC s ! 8 30 374 E | Awminiom 1 3 =y ¢
c D2 4 0.5 10 50 4 E 1.5 4 50 6 B
E Alurminium 4 1 10 S0 4 9 2 5 50 6 =
E 5 0.5 12 50 5 2 2.5 8 50 6 @]
S 5 1 12 50 g 3 8 50 6 -
or 6 0.5 15 50 6 35 10 50 6 Q
6 1 15 50 6 $ 2 10 50 6 Q
=
8 0.5 20 60 8 5 12 50 6 O
8 1 20 60 8
(]
10 0.5 25 75 10 N \—"’ 1 3 75 &
10 1 25 75 10 — 15 5 75 6
10 15 25 75 10 @) ' | 9 6 75 &
12 0.5 /1 30 75 12 - | 2.5 6 75 6
12 1.5 30 75 12 8 70 3 12 75 &
12 2/25 30 75 12 — i e 12 75 6 5
16 1/2/25 35 100 16 O L 20 75 6 -
a 5 20 75 6 0
3 0.5 12 75 3
3 1 12 75 3
4 0.5 20 75 A
4 1 20 75 JA 1
L . — = = . 2F Ballmose Endrmilll
A / 5 1 20 75 5 Dia (D) Flute Total Shank
I 6 0.5 25 75 6 S Length ()  Length (L)  Dia (d)
6 1 25 75 6 RO.5 2 50 6
8 0.5 30 75 8 % e = B 7 -
_ 8 1 30 75 8 Bl i = r o
10 0.5 40 100 10 — o R1.25 5 50 6 Q
! 10 1 40 100 10 o) R15 6 50 6 ]
“ 12 0.5 45 100 12 3 i R1.75 ; = " O
L 12 1 s 100 12 0 Ko n B 5 QI
P R2.5 10 50 6 O
. z 0.5 /1 20 100 3
i 0.5/ 1 20 100 4 RO.5 2 75 6
5 0.5/1 25 100 5 m _ RO.75 3 75 6
' 6 0.5/1 30 100 6 el R1 4 75 6
6 1 40 150 6 5 R1.25 5 75 6
. P 0.5/1 35 100 8 R1.5 6 75 6
8 ] 50 150 8 5 R1.75 7 75 6 5
| 10 1 60 150 10 3 | R2 8 75 6 3
‘ 12 1 60 150 12 e | R2.5 10 75 6 iQ
0




A ASPHALT A ASPHALT

Roughing Carbide Endmill Note

4 Flute - 55 HRC

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
D2

Alurminium

Recommended For

Dia (D) Flute Total Shank
Length (1) Length (L)  Dia (d)
4 10 50 4
5 13 50 5
6 15 50 6
8 20 60 8
10 25 75 10 (.;Q
12 30 75 1D @)
14 45 100 14 -
16 45 100 16 Q
$ 18 45 100 18 9
20 45 100 20 o]}
()
6 25 75 6
1] 30 75
10 40 100 10
12 45 100 12
- 14 75 150 14
‘ 16 75 150 16 5
I 18 75 150 18 3
‘ 20 75 150 20 0
|
|
|
M
! 6 30 100 6 .>—<|-
6 40 150 3 P
| 8 35 100 8 o
8 50 150 8 5
i 10 60 150 10 3
‘ 12 60 150 12 e

47 -48



A ASPHALT

Flat Carbide .
Uncoated Endmill .. .. o o
2 Flute - 50 HRC Length ()  Length(L) Dia (d)

1 3 50 4
1.5 5 50 4
5 Aluminium z - g zg z
& Wood .
B Aluminiurm Alloys 3 10 50 %
E 10 50 4
o 3.5 12 50 4
E & 12 50 4
g 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
12 36 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 C_|2
20 45 100 20 O
1 3 75 4
15 5 75 Z
') 2 6 75 4
3 15 7= 4
i 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
\/ d — 18 60 150 18 =
20 60 150 20 0
|
|
3 12 100 3
4 20 100 4
5 25 100 5 m
6 30 100 6 el
6 35 150 6 —
8 40 100 8 Q
8 50 150 8 5
10 50 150 10 3
12 60 150 12 0
’ ——.,5-—‘

]
]
<))
o




Flat Carbide
Uncoated Endmill
3 Flute - 50 HRC

Recommended For

Aluminium
Wood
Aluminiurm Alloys

&

Dia (D)

o o 0 kNP
w

- = ] =
o oo~ N O

20

Flute
Length ()

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)

(o - I e SRS I Y S & R O R R

PO N Y T R ) Y
o @ o B~ M N O O

oS T I e S R o I - ) I )

. [P o (B2
0o o~ N O

20

PJOPULIS

OLOT

OLO7 0J1X3

Ballnose Carbide
Uncoated Endmill
2 Flute - 50 HRC

Aluminium
Wood
Aluminium Alloys

Recommended For

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré6
R7
R8
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2:5
R3
R4
R5
Ré6
R7
R8
R?
R10

R1.5
R2
R2.5
R3
R3
R4
R4
R5
Ré

Flute
Length (1)

0 N o0 BN

O 6 N N O O B MO

(o< I o R - ¥ I G

10

16

20
24
28
32
40
40

12
12
16
16
20
24

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
TS
100
100
100
100

75
75
75
75
75
75
75
7
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

[+ 20 v TN e RN &) BRRF R S - O I S R i

|l al =] =
= NN O O

=
co

PJOPLOIS

(o= SN ¢, I S - - R B

P S (R
o BN O

20

OLIOT

OLOT 041X3
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Drill 55 HRC Series

‘ ) A ASPHALT
TICN Coated Carbide Drill

130°Tip Angle 55 H RC

Non - Through Coolant

DIN 6535 Forrm HA
B Steel 30-55 HRC
b P20
8 Hot Die Steel(H13, H11, H21)
E’ D2
o Aluminium
E
E
S
g
Dia (D) Flute Total Shank
Length () Length (L) | Dia (d)
0.5~ 0.9 5 50 3
1.0~15 8 50 3
1.6 ~2.0 n 50 3
21~25 13 50 3
2.6~3.0 16 50 3
31~3.5 18 50 4
3.6~ 4.0 20 50 4
41~ 4.5 20 50 6
4.6 ~5.0 24 60 6
51~6.0 26 60 6
61~7.0 28 60 8
71~8.0 30 60 8
$ 8.1~9.0 34 75 10
9.1~9.5 38 75 10
9.6 ~10.0 40 75 10
@] 10.1~11.0 42 75 12 %
. 1.1 ~12.0 45 75 12
12.5 52 100 14 _UI
13 52 100 14 =
_ 1.5 13 50 3
1.6 ~2.0 20 50 3
21~25 22 75 3
2.6~ 3.0 26 75 3
. 31~3.5 28 75 4
_| 3.6~ 4.0 32 75 4
41~5.0 36 75 6
' 51~6.0 40 75 6
6.1~7.0 48 100 8
! 7.1~8.0 50 100 8
81~9.0 56 100 10
| 9.1~10.0 58 100 10 %
10.1~11.0 60 100 12
: 1.1 ~12.0 65 100 12 _DI
12.5 70 120 14 =
+ A8 Size Are koo in O ifarance

53-
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A ASPHALT A ASPHALT

Inserts Identification System Insert Grades

I |Symbol Insert I

W No chipbreaker,
Symbol Shape with hole
H | Hexagon m s 5 5 :
0 | Ootagon L, i A AS1010 ASPHALT superior CVD coated grade with fine cemented carbide subtracts ensures
P_| Pentagon Symbol Tolerance (mm) wilh ole ko insert excellent wear resistance, because of its wide working range recommended for general
S | Square (Class)| Corner Height | Thickness I.C. Size t:j . .
T | Triangle _ B 20.025 F =y, : machining of steel and cast iron.
¢ | 80° Rhombic Symbol| Relief Angle F | +0.005 0013 U eﬂilhaut A%‘erea ers, F
D | 55° Rhombic > G +0.025 +0.025 - - . .
& [75° Rhombic A|B - 0018 e — Sharp Edge AS1020 Combination of good toughness and strength enhance by its raw substance with Al1203
5 7 B | 5 - N : 5 i 5 i s : 5 5
F_| 50° Rhombic El  Loms 0025 e STipnreRkes :| added CVD coating improves its wear resistance. Suitable of various operation in steel
M | 86° Rhombic c 7° ﬁ G : +0.13 : E
V| 35° Rhombic N B +0.005 . - ~oned below 50 HRC.
W | Trigon K* £0.013 £0.025 Single-5i06d chpbreae, “1ons
L | Rectangl E | 20° - _ without hole . .
% s:a ::,ga"ee,ogmm b I; LD o s C 7 AS5010 PVD coated cemented carbide with balanced cobalt subtracts and post-treatment
F|25° - 2ol T . . . .
B | 82° Parallelogram N | T008-2018 I os M Smg‘es%!m%eaker technology improves wear resistance and toughness. Because of its wear resistance and
K | 55° Parallel G | 30°,fe . ~ ¥ i ' Chamfered . ..
SR - U | o013l ol | 000 | H006-e0es wibick amrere toughness balance, recommended for graded steel and stainless steel general application.
N 0 ‘~l: Insert's periphery is as fired. CD
fl;:‘v;na:gﬁelefosrtar;g:ng?cr p | 11° B; [JTolerance difference is depending on insert size. A No chipbreaker, s ( ; . . . . . N L.
and parallelogram inserts. o E—— with hole Chamiered AS5015 Compact CVD coating with fine cemented carbide subtracts gives flexibility for semi finish
X Special + R-hone o v 5 5 iy
(i Shave @ Reliet Anglo B Tomrance o e Fele Sit] (9] B Preparation and roughing application. Recommended for hard alloy steel and stainless steel machining
for various semi finish and roughing application.
I AS5020 New PVD coating perfectly matched with toughness subtracts gives excellent heat resistance
I

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

M X 1 2 06 A N N range of application.

2 3 4 5 6 7 8 9 10 11
B S EE e S B B E & B e see S Superallcys [F{TORD

| Milling Grades
PO1 P10 P20 P30 P40 P50 [TURVINIVEIIVEIA] k01 K10 K20 K30 k40| 501 810 520 530 [EEUNEV NPT TE
81 i . ;

| | AS1010

@ I
<

l—
-
f—

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

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

(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. cVvD AS1020
S 02 2.38 A 45° A 3° R |Right-hand — -
03 3.18 D 60° B 5" L |Left-hand
. eft-han AS5015 5015
ek T3 397 E 75° C v N Neutral —
04 476 F 85° D 15° AS5010
T 05 556 H 87° E 20° PVD —— —7 —
f 06 6.35 P 90° F o AS5020
X 65° G 30° ‘ T
N 0°
O : .
Grade Ma
! R 10°
v 5 14° =
0 23 AS5015
-3 AS5020 . _— .
AS1020
B o ™
¢ 4
=
g
2
1
; t

04 0.4 Corner-R (r) AS5010 N AS1010

08 0.8 Corner-R (r)

12 1.2 Corner-R () @ Low Wear Resistance High
16 1.6 Corner-R (r) ~

20 2.0 Corner-R (r)
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A ASPHALT

Inserts Geometry

MSR

GM

MO

HR

MRR

MR

PSR

GR

ub

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 Svitable 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.

A ASPHALT

1 _ High Feed Mill

g Sqguare Shoulder Mill
L _ copymir

Ol Face Mill
e

=

57 -58




A ASPHALT A ASPHALT

High Feed Mill High Feed Mill

8 LNMU ZNMX
- LOGU
b — )
. ||
hould ' c ( c < ||
Shoulder . Inter- . opy . Inter- . opy
[ Milling [Slottlng (polation Facing [ Milling lRamplng [polation [ Facing [ Milling T
[ B [ & [@ | @ [ @ Insert L woT d Re I @ [@ [ Eb L @ Insert L wooT Apmix
4 ) LNMUO303ZER 11.9 6.0 3.75 2.85 1.2 ' ZNMX0603R 9.00 6.39 3.73 1.0
LOGUO30310ER 11.9 6.2 3.96 3.45 1 ZNMX0904R 11.94 9.20  4.79 55

ot ceomay oo [ v NN - ot coomay oooe [ v NN -
LNMUOQ303ZER MSR AS1020 ® o] 120 - 250 ZNMX0603R MO AS5015 @ @ o] ® o] 100 - 280
LNMUOQ303ZER MSR AS5010 L o} O o} 90 -180 ZNMX0204R MO AS5015 ® ] (o] ® o] 120 - 300
LNMUOQO303ZER MSR AS5020 ® ® o 20 - 200 SFeF Other Tactinkeet ot Refor Page Ho7
LOGUO30310ER GM AS1020 ® O 120 - 250
LOGUO30310ER GM AS5020 ® ® o 20 - 200
Case Study Case Study
E E|
E . & E i
- Factors Case-1 Case-2 g zvwcoe Factors Case-1 Case-2
LOGUO3 Model LNMUO303ZER- LOGUO30310ER- ENMXOY Model ZNMX0603R ZNMX0904R
Bl "V MSR-AS5010 GM-A$1020 - B MO-AS5015 MO-AS5015
"f«\ Operation Slotting Pocketing Operation Cavity Pocketing
A L JTER TR T : e 520 NS I oo R oeeden et : P 020 OHNS
NN : : Tool Dia 25mm 32mm . : E : : Tool Dia 25mm 32mm
N, N,
| e B i s s : T 7 7 1. . ,,,;’;\.\;: ..... B2 sabasac : e ; 3
- : \\ : : ] Ve 150 170 I . £ Ve 180 160
e S L ..... : = == T ulitae. ; W\ ..... : = e T
: ! : DOC (Ap) 0.6 0.5 . | DOC (Ap) 0.7 1.0
T I e S A o3 ufe = » SR Iy |
Feed(mm/tooth) 0.8 1 N ] Feed(mm/tooth) 1.05 1.26
i : i 2 ; : Engagement(Ae)  100% 100% : : : : ! ! Engagement(Ae) = 75% 60%
¢« @ e  w =  u Fmm/Tooth) o w = = % = = FmmyTootn)
Cutter Body Cutter Body
code | size | Toom MU _[loGu Code sze  Toon  Lpngt Tand’
Sﬂﬂﬂﬂel’lToSP panner: Spﬂnner:'loﬂ panner:
ASCB  16x150/200 | T2 v v ASCB  16x150/200 T2 v
ASCB  20x150/200 T2/T3 v v ASCB  20x150/200 T2/T3 v
ASCB = 25x150/200 T3/T& v v ASCB  25x150/200 T2/T3/T4 Ve v
ASCB  32x150/200 T&4/T5 v v ASCB  32x150/200 T3/T&4 v v
ASCB D40 T6 v v ASCB D40 T4/T5 v v
ASCB D50 T6/T7 v v ASCB D50 T5/T6 v v
ASCB D63 T7/T8 v v L e . ASCB D63 T6/T7 v v
ASCB D80 T8/T9 v . # ' = ASCB D80 T6/T7 v
*Other sizes Available On Request. L — ASCB D100 T7/T8 v
ASCB D125 T8/T9 v

* Other sizes Available On Request.

59-60



High Feed Mill

0 WDMW
)

Side Copy
Milling Milling

[
[

B

J [\p:,".:.::;nJ e |
I

[
® &

é) ¢

Ap(mm)

03

Insert

WDMWO06T320ZTR
WDMWO080520ZTR

* For Other Technical Data Refer Page No78

WDMWO6
WDMWOS8

Geometry
MO AS5015
MO AS5020

| SR .
PONN
n \
[ N
..... : I I
{ |

=« F{mm/Tooth)

Grade

Insert

WDMWO06T320ZTR
WDMWO080520ZTR

B - EEEEEE - -
e @& O ® O

A ASPHALT

8.7

IC T BS

9.525 3.97 1.2
12 476 2.5

Re e°
2 15
2 15

90 - 250
® ® o] 20 - 250
Case Study
Factors Case-l Case-2
Model WDMWO06T320 WDMWO06T320
ZTR-MO-AS5015 ZTR-MO-AS5015
Operation Profilling Facing
Material P20 P20
Tool Dia 25mm 32mm
Pocket 2 3
Ve 180 180
RPM 2300 1800
Feed(mm/tooth) 1.0mm 0.7mm
DOC (Ap) 0.5mm 0.6 mm
Engagement(Ae)  100% 70%
1 Hr. 18 Min
Cutter Body
Code @ Size Tooth kw,e?,!‘;‘;s".‘é"" kwﬁm"a
Spanner:TISP Spanner: TI5P
ASCB 25x150/200 T2 v
ASCB  32x150/200 T2/T3 v v
ASCB = D40 T3/TL v v
ASCB D50 T4/T5 v v
ASCB D63 T5/Té v v
ASCB D80 T5/Té v

* Other Sizes Available On Request.

High Feed Mill

O | SDMT
=

SOMT

Inter- Shoulder . .
[polation [Milling [Slottlng [Ramplng

SDMT SDMT

SOMT

SOMT

@& )5 (&

Ap(mm)

&

oo ff =

o6l =

osff -

Insert

SDMTO09T307
SDMT120512
SDMT120512
SOMT100420ER
SOMT100420ER

SDMTO9
SDMTI2

Geometry Grade

HR AS5015
MRR AS5015
MRR AS5020
MR AS5015
MR AS5020

04 o8 12 6

A ASPHALT

Insert IC T d Re o°
SDMTO09T307 Q 3.5 3.5 0.7 15
SDMT120512 12.7 556 4.4 1 15
SOMT100420ER 10.3 4.58 4.6 2 16

B - EEEEEN - -

® ® 0 ® e} 20 - 200

® ® o} ® o] 100 - 230

e ) o 20 - 220

® ® (o] ® o 100 - 230

® ® o 80 -180

Case Study
Factors Case-1 Case-2
Model SDMT120512- SOMT100420ER-
MRR-AS5020 MR-AS5015

Operation Facing Side Milling

Material S.S.(316) Forge Steel

Tool Dia 50mm 50mm

Pocket 4 4

Ve 120 180

RPM 750 1146

DOC (Ap) 0.42 1

Feed(mm/tooth) 0.5 0.7

Engagement(Ae) 60% 60%

Cutter Body
Code Size Tooth i&“’!l.? 2 SSTBWMMEE SSZSWMMD??

Spanner:TISP Spanner: TI5P Spanner:TI5P

ASCB 25x150/200 T2 v v
ASCB = 32x150/200 T2/T3 v v v
ASCB D40 T3/T4 v V4 v
ASCB D50 T4/T5 v v v
ASCB D63 T5/Té v v v
ASCB D8O T5/Té6 v v

*Other Sizes Available On Request.
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Square Shoulder Mill

A ASPHALT

O APMT
2
T
O | %
= 1] [
. L e L]
l'sn?ﬁliI::r] [ Slotting p:;::i':m Facing [Plungingl e
{ Y
l@j[@ l@ |®|V$? Insert L W T d Re
’ 5 — APMT1135PDER 1.25 6.2 3.5 2.8 0.8
APMT1604PDER 17.3 9.3 5.25 L. 4 0.8
APMT1604PDER 17.3 9.3 5.25 4.4 2.0/3.0
Insert Geometry Grade - M “““ H Ve
APMT1135PDER MSR AS1020 @ Q 100 - 300
APMT1135PDER MSR AS5020 0] ® O 100 - 300
APMT1604PDER MSR AS1020 ® o) 100 - 300
APMT1604PDER MSR AS5020 ® ® O 100 - 300
APMT1604PDER-R20 MSR AS1020 ® o] 100 - 300
APMT1604PDER-R30 HR AS1020 ® o 100 - 300
Case Study
Ap(mm) Factors Case-1 Case-2
APMT 1135
APMINGOR. o ocinnmy s comwesmss Model APMT1135PDER- APMT1604PDER-
; o MSR-AS5020 MSR-AS5020
5 S . N S A Operation Shoulder Milling  Slotting
Material S.S.Duplex S.S.Duplex 4A
| R S S e W Tool Dia 25mm 50mm
; Pocket 3 4
| T S . s 95 90
N f : RPM 1210 593
| . N DOC (Ap) 0.5 0.7
Feed(mm/tooth) = 0.29 0.29
Engagement(Ae) 70% 100%
T

Cutter Body

Code @ Size Tooth

ASCB | 10/12x100 T1
ASCB  16x150/200 T2
ASCB  18x150/200 T2
ASCB  20x150/200 T2
ASCB  25x150/200 T2/T3
ASCB  32x150/200 T3/T4

ASCB | D40 T4/T5
ASCB D50 T4/T5
ASCB  Dé3 TS
ASCB  D80/D100 T6
ASCB D125 T7

* Other Sizes Available On Request.

APMTI1 = APMTI6
Screw: S2506 Screw:S4010
Spanner: TO8F Spanner:TI5P

SR NE N R VR NN

LN NENENENEY

Square Shoulder Mill

O | APKT
%!

Shoulder . . [ Inter- . .
[ Milling [Slot‘tlng [polationJ Facing J [Plunglng

5o (®) @]

Insert Geometry
APKT1604 -

APKT1705PER PSR
APKT1705PER MSR

Ap(mm)

APKT17
APKT16

Grade
AO1
AS1010
AS5020

A ASPHALT
i il
W O | 4
o ndl
& L &4 0]
S
Insert L w T d Re
APKT1604 1Z.3 9.3 5.25 4.4 0.8
APKT1705PER 18.5 10.7 556 4.4 0.8
- EEEEEN - -
@ 160 - 500
e e} 100 - 230
e ) o 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) 1.5 1.0
Feed(mm/tooth) 0.25 0.20
Engagement(Ae) 80% 70%
Cutter Body
Code  Size Tooth QFEWKT]&, ﬁrfwkllfs
Spanner: TISP Spanner: TI5P
ASCB | 10/12x100 T1
ASCB  16x150/200 T2
ASCB  18x150/200 T2
ASCB  20x150/200 T2
ASCB  25x150/200 T2 L d
ASCB  32x150/200 T2/T3 v v
ASCB D40 T3/ThL v v
ASCB D50 T4 U4 4
ASCB D63 T4/T5 v v
ASCB D80/D100 T5/Té v v
ASCB D125 T7 v

* Other Sizes Available On Request.



A ASPHALT

Square Shoulder Mill

O MPHW
D

Shoulder . Inter- . .
[ Milling [Slottlng (polation [ Facing [Radlous

OBoicric T T e e

MPHWO060308ZEL 6.35 | 3.18 3 0.8 1

MPHWO060308ZEL = AS5020 ® ® o} 130 - 300
E
£ Case Study
o
<[ MPHWO6
K Loriegtin e vin wirgire e s Factors Case
B k e 2 i K
. - i = : : Model MPHW060608-
“ . YR R ZEL-AS4010
. E\\ Operation Finish Redious
Y KT E ..... ;...\.\é.....;.....; ..... E Material OHNS
N\ - : : Tool Dia 32
\ Pocket 5
! i Ve 220
@ ..... : =R T
: Feed(mm/tooth) 0.1
L (R DOC (Ap) 0.08
Engagement(Ae) 70 %
C e e w = = FlmmyTeotn)
Cutter Body
Code Size Tooth s'!',:’,,“;‘;o
Spclnner:TOGP
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.

A ASPHALT

Square Shoulder Mill

O | WNMU
%!

Shoulder . Inter- . .
[Milling [Slottlng [polation [Facmg [Ramplng

[@ L®|®[® [@ Insert ic T d BS Re

WNMU060408 9.52  4.76
WNMU080608 14.02 6.65 6.2 1.3 0.8

coomary | croce [ IEEIIEHNEN
WNMUO060408EN GM AS5020 @ ) o’ 100 - 200
WNMUO80608EN GM AS5015 e @ o ® 0 100 - 250
WNMUO80608EN GM AS5020 e ) o 100 - 200
WNMUO080608 - AO1 ® 150 - 450
Case Study
E|
E| Factors Case
g WNMUO6
WNMUO8 Model WNMUO80608EN-
S [ GM-AS5015
Operation Facing
WL . | SRS SRR ORI . SR S e T
Tool Dia 50 mm
i o RN Emisgs & 2 ¢ g s 4 o oGl T
Ve 200
¢ RPM 1273
DOC (Ap) 2.5
Feed(mm/tooth) 0.1
Engagement(Ae) 70 %
.
Cutter Body
Code Size Tooth V\S’WEWMS%CQ g “:s«hinssU%gf
ASCB D40 T4 v
ASCB D50 T4/T5 v v
ASCB D63 T5/T6 v v
ASCB D80 T6/T7 v v
ASCB D100 T7/T8 v v
ASCB D125 T8/T9 d v

* Other Sizes Available On Request.



90° Shoulder Mill

Q | SPMT
D

Shoulder slottin Inter-
Milling 9 polation

Facing [Proﬂlling

(5o e &S .

SPMT120408 12.7
SPMT120412 12.7

A ASPHALT

d Re

476 5.5 0.8
476 5.5 1.2

Copy Milling

O | RDKW
%!

Shoulder
Milling

[ Facing [Profilling

[@ L@'@ Insert

RDKW1003(R5)
RDKW1204(Ré)
RDKW1606(R8)

A ASPHALT

®d

10
12
16

3.18 4.4 15
476 4.4 15
476 5.5 15

Insert Geometry Grade - M ““- H Ve
SPMT120408 PM AS1015 ® @] 120 - 350
SPMT120412 PM AS1020 ® o 120 - 350
SPMT120408 PM AS5020 ® ® o 100 - 200
SPMT120412 PM AS5020 ® ® (o] 100 - 200
Case Study
E
E —_— Factors Case
2 Model SPMT120408-PM
” : : : : : : AS5015
Operation Facing
B : Material M.S.
Tool Dia 100 mm
u » Pocket 7
= Ve 200
: RPM 637
Feed(mm/tooth) 0.3
- : DOC (Ap) 0.1
] : : 5 3 : Engagement(Ae) 75 %
o e e e em % FmmyTooth)
Cutter Body
Code Size Tooth 2,2,,""5];!,2
Spanner : T20P
ASCB D50 T4 v
ASCB D63 T5 v
ASCB D80 Té6 v
ASCB D100 T7 v
ASCB D125 T8 v

*Other Sizes Available On Request.

RDKW1003(R5) MO AS5015 ® ® o] ® O 100 - 250
RDKW1003(R5) MO AS5020 L @ (o] 90 - 200
RDKW1204(R6) MO AS5015 @ @ Q ® O 100 - 250
RDKW1606(R8) MO AS5020 ® ® (o] 100 - 250
Case Study
E|
EJ RDKWIO(RS) Factors Case-1 Case-2
g] ROKWI2(RS)
Model RDKW1204- RDKW1204-
: MO-AS5015(R6) MO-AS5015(R6)
Operation Profilling Cavity Milling
S SR . DRSS SN S . B S o =
Tool Dia 40mm 63mm
cill e o e s gy | o fesms : T B =
T S DN Ve 180 200
sofl v s \\"‘“‘"m%%‘ aw .. . : ..... E ..... : RPM 1[.,32 1011
““‘m\k c 1 Feed(mm/tooth) 0.2mm 0.15mm
B R S DOC (Ap) 1.0mm 1.5 mm
i ] Engagement(Ae) 70 % 70 %
. = @ e m = e Fmm/Tooth)
Cutter Body
Code Size Tooth ngkmo mez sRcEwKss\ﬂé
Spanner: TI5SP Spanner: TI5P Spanner:T20P
ASCB 20x150/200 T2 v
ASCB 25x150/200 T2 v v
ASCB 32x150/200 T3 v v
ASCB D40 T3 v v
ASCB D50/D52 T3/Th v v
ASCB D63 Th v v
ASCB D8O T5/T6 v v
ASCB D100 T6/T7 v 4
ASCB D125 T7/T8 v 4

*+Other Sizes Available On Request
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Face Mill

E
E
3

@
o

2.0

O | ONHU
%)
— 1 ONMU

Insert Geometry Grade

ONHUO050408 = AS5015
ONHUO060408 - AS5015
ONMUO060408 = AS5015
ONMUO080608 - AS5010
ONMUO080608 = AS5015

ONMUO8
ONHUO6

* Other Sizes Available On Request.

A ASPHALT

45+

Insert IC im BS Re
ONHUO050408 12.7 476 - 0.8
ONHUO060408 16.0 476 | - 0.8
ONMU060408 16.0 4,76 @ - 0.8
ONMUO080608 20.2 6.0 5.5 0.8
B - EEEEEN ¢ -
® ® 0 ® o} 100 - 350
® ) e} 8 o 100 - 350
® @ 0 ® o 100 - 350
® o} 120 - 300
® ® (o] @ e} 100 - 350
Case Study
Factors Case
Model ONMU080608-
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 %
Cutter Body
Code Size Tooth %ﬁl;ﬂi%s OSUNJsLjo?oé ONMssLiEB
Spanner:TI5P Spanner:TISP Spanner: T20P
ASCB D50 T4 v i v
ASCB D63 T5 v v v
ASCB D80 T6 v v v
ASCB D100 T7 v v v
ASCB D125 T8 v v v
ASCB D160 T9/T10 v v v

A ASPHALT

Face Mill

O | SNMX
%!

Shoulder . Inter- . .
[Milling [Slottlng [polation [Facmg [Profilllng

[ [@ {@ {@[@ Insert IC T BS d Re

SNMX1206ANN 12.7 6.2 1.8 5.5 0.4
SNMX120608 12.7 6.35 = 343 0.8
SNMX120612 12.7 6.35 ~ 5.5 1.2

Insert Geometry Grade - M ““n H Ve
SNMX1206ANN GR AS5015 ® ® o] ® o] 120 - 300
SNMX120608 GR AS1010 ® ® 160 - 400
SNMX120612 GR AS1010 ® L] 160 - 400
SNMX120608 GR AS5015 ® ® © L] o 120 - 300
SNMX120612 GR AS5015 ® ® o O 120 - 300
Case Study
E
E pr— Factors Case
< Model SNMX120612-GR
s0 ---- AS5015
Operation Facing
M - i WU U R T SO S =7
! Tool Dia 80 mm
1T { Pocket 6
] Ve 300
g0 e : RPM 1194
i Feed(mm //tooth) 0.18
b | DOC (Ap) 1.5
a Engagement(Ae) 70 %
s e e e s = = FmmyTooth)
Cutter Body
Code Size Tooth SSUEIWMSS);
Spanner: T20P
ASCB D50 T4 v
ASCB  Dé3 T5 v
ASCB D80 Té v
ASCB D100 T7 v
ASCB D125 T8 v
ASCB D160 T9 v

*Other Sizes Available On Request.
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Face Mill

O | TPKN
D

[Slotting [Facing [S:‘?It:il::r

Insert

TPKN1603PDR
TPKN2204PDR

® [ ]

A ASPHALT

IC T
9.525 3.8
12.7 476

BS e°
1.2 1
1.6 1

TPKN1603PDR - AS1020 160 - 260
TPKN2204PDR = AS1020 ® 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 %
s e e e o % FmmyTooth)
Cutter Body
Code Size Tooth LZ&"‘JJ,?,E lﬂ‘ﬁz
Spanner: A4 Spanner: A5
ASCB D40 T3 v
ASCB D50 T3 v
ASCB D63 T3 v
ASCB D8O T4 v
ASCB D100 bK< v
ASCB D125 Té 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.

Note

A ASPHALT




A ASPHALT

2 Through Coolant H I M H'
é Electroplated 0 e q II'IQ
o1 64 Groove Ratio,
.E  For Better Chip Rermoval Q SPMG Re
% = A
> .
[0 N
O [ Plain Angle Half Hole Existing -
I Surface LSuﬁace E:ylindrical [Expasion [ Hole
[ [ [ @ [ Insert IC T d Re
- SPMG050204 5 2.38 | 2.25 0.4
SPMG060204 6 2.38 | 261 0.4
SPMGO07T308 794 397 | 2.85 0.8
SPMG090408 980 4.30 4.05 0.8
SPMG110408 11.50 4.80 | 4.45 0.8
SPMG140512 14.30 520 575 1.2

SPMG050204 ubD AS5015 e ® o ® e) 50 - 280
SPMG060204 uD AS5015 L ® o L 0] 50 - 280
SPMGO07T308 ubD AS5015 ® ® © ® e 50 - 280
SPMG090408 uD AS5015 ® ® O L o 50 - 280
SPMG110408 ubD AS5015 ® ® o ® & 50 - 280
SPMG140512 ubD AS5015 ® L] o L o 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 SPMGO06 S2255 TO7P 16 - 21.5 v v v 4
ASUD = SPMGO7 $2580 TO8P 22 -27.5 v L4 v Y
ASUD = SPMGO09 S3590 T15P 28 - 33.5 v v v v
ASUD = SPMG11 S4010 T15P 34 - 41 v v L4 v
ASUD  SPMGI14  S5011 T20P 42 - 50 v v v v

* All Size Are Available In OS5 Difference

* Other Sizes Available On Request.
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Hole Making

O | WCMX
D

Plain Angle Half
Surface Surface | |[Cylindrical

;

xpasion

Hole [ Existing

Hole

® ¢ @@

Insert

WCMX030208
WCMX040208
WCMX050308
WCMX06T308
WCMX080412

:
3

o

51,064 SUTReE

gipug 4 907D.50 04 ey

S

Geometry Grade
ub AS5015
uD AS5015
ub AS5015
uD AS5015
ub AS5015
U-Drill
Code Insert Screw
ASUD WCMX03 S2550
ASUD WCMX04 S2560
ASUD WCMX05 S3070
ASUD WCMX06 S3580
WCMX08 S4010

ASUD

In ©5 Dil

.
* Other Sizes Available On Request.

Insert

WCMX030208
WCMX040208
WCMX050308
WCMX06T308
WCMX080412

e & 0 o o =

OOOOOH

Spanner Size
To8P 14 -19.5
TOo&P 20 -23.5
T10P 24 -30.5
T15P 31- 41
T15P 42 - 60

IC

5.56
6.35
7.94
9.525
12.7

L/D=2

v

v
v
v
v

T

2.38
2.38
3.18
3.97
4.76

L/D=3

SN

C|O|0|0|0C

A ASPHALT

Re

d Re
2.8 0.8
3.1 0.8
3.2 0.8
3.7 0.8
4.3 1.2
Vc
50 - 280
50 - 280
50 - 280
50 - 280
50 - 280

L/D=4  L/D=5

A NENENEN
SENRNEN

Note

A ASPHALT
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Technical Data Technical Data

@) ZNMX O | WDMW
%) %)

Insert Dia R Program A Overcut B Unmachined Insert Dia R Program A Overcut B Unmachined
[
ZNMX06 16 1.5 0 0.35 % WDMWO06 25- 63 3.0 0 0.46
ZNMX06 20-63 2.0 0 0.42 % wDMWO08 32 -100 3.0 0 0.63
| ZNMX09 25-125 2.5 0 0.61 g ®
"\ B: Un-machined
Straight Ramp Down Helical Ramp Down Straight Ramp Down Helical Ramp Down
Cutter Dia (D) Cutter Dial (D)
Max.Ramp(A2) Max.ap Min.Length (L) Min.dia (HD) Max dia (HD) Maix Pithch/Rev Max.Ramp(A2) Max.ap Min.Length (L) Min.dia(HD) Maxdia (HD) Max Pithch/Rev
16 2.0 0.7 13 23 32 0.7 25 4 2.0 14.3 33 46 1.0
20 15 1.0 38 31 40 0.8 32 205 2.0 22.9 47 60 1.0
25 1.3 1.0 41 41 50 1.0 40 1.5 2.0 38.2 63 76 1.0
32 0.9 1.0 57 55 64 1.0 50 Thl] 2.0 521 83 96 1.0
40 0.7 1.0 64 71 80 1.0 63 0.8 2.0 71.6 107 122 1.0
50 0.6 1.0 96 21 100 1.0
63 0.5 1.0 115 17 126 1.0 - -
Straight Ramp Down Helical Ramp Down
Cutter Dia (D)
Max.Ramp(A2) Max.ap Min. Length (L)  Min. dia (HD) Maxdia (HD) Max Pithch/Rev
32 4.0 2.0 14.3 41 60 1.5
40 3.0 2.0 19.1 57 76 1.5
50 2.0 2.0 28.6 77 96 1.5
Straight Ramp Down Helical Ramp Down
Cutter Dia (D) 63 115 2.0 38.2 103 122 1.5
Max.Ramp(A2) Max ap Min. Length (L)  Min. dia (HD) Max dia (HD) Max Pithch/Rev 80 11 2.0 5921 137 156 1.5
25 2.2 1:5 39 42 50 1.5 100 0.8 2.0 71.6 177 196 1.5
32 2.0 1145 43 56 64 1.5
40 1.5 15 57 72 80 1.5
50 1.0 15 86 92 100 1.5
63 0.9 1.5 96 18 126 1.5
80 0.8 1.5 107 152 160 1.5 B RAMPING M HELICAL RAMP DOWN
100 0.7 1.5 123 192 200 1.5 @ How To Derive A Locus Of The Centre Of The Tool.
125 0.4 155 215 240 250 5 i
edc = eDH - DCX
Locus of Desired hole  Cutting Diameter
the centre diameter Maximum
of the tool
'E ® For The Depth Of Cut Per Pass, Refer To The
Straight ramping Helical ramping £ Cutting Conditions Above For Helical Ramp Down.
® Set The Machine Spindle Revolution So That The
| Tool Is Rotating And Cutting In A Down Cut Direction.
‘ 1D ‘ | ® Where Dc Cutter Dia. 10.1(WDMWO06)
d 1| 5 : > ® Where Dc Cutter Dia. 11.7(WDMWO08)
L2 ; %E i ® When Ramping And Helical Cutting, Please Apply A Lower Feed.
f‘“’“‘é“ EVS ramp Y :, 4 . = ® When Helical Ramp Down, Please Set The Feed In The Axial Direction At 0.2mm/rev Or Less.
“““},«r} | e ot o 2 @ The Long Chips Generated Can Disperse, Ensure That Adequate Safety Precautions Are Taken.
e
b e
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Trouble Shooting MACHINING APPLICATION

Vibration ASPHALT OPTIMAX
Tool Life Problems

Asphalt Personalize App Your Smart Machining Assistant ' [ 5]
Designed To Help You Select The Perfect Cutting Tool
A ASPHALT’

Machining Calculator

Based On Material, Application, And Operating

| SR VA Conditions.

Key Highlights:

s Improve The Stability Of Cutter And Workpiece. ¢ Improve The Stability Of Cutter And Workpiece. y Q g

~Lhanige Gutter Positiohing; * Minimize Tool DyehEng: e Intuitive And Easy-to-use Interface Suitable For All
® Minimize Tool Overhang. ®* Reduce The Feed Rate.

¢ Reduce The Cutting Speed. * Increase The Cutting Speed Machine Shop Personnel

¢ Increase The Feed Rate. ® Use Coolant.

¢ Instant Access To Recommended Machining Parameters

® Reduce The Depth Of Cut.

* Select A Different Insert Geometry,
See Page Insert Geometry

e Use Anti - Vibration Bar

Use Wiper Inserts.
Keep Feed/rev Value Within Wiper Width
Use Anti - Vibration Bar

Rapid Flank Wear

S

Rapid Notch wear

S

Chipping

S

Reduce The Cutting Speed.
Increase The Feed Rate.
Climb Milling.

Reduce The Cutting Speed.
Increase The Feed Rate.
Increase The Depth Of Cut.
Climb Milling.

Change Cutter Positioning

Increase The Cutting Speed.

Reduce The Feed Rate.
Conventional Milling.
Improve Chip Evacuation.
Change Cutter Positioning.
Minimize Tool Overhang.
Improve Stability.

Comb Cracks

Reduce The Cutting Speed.
@ Reduce The Feed Rate.

No Coolant

Change Cutter Positioning.

Built-Up Edge (BUE) Increase The Cutting Speed.

Increase The Feed Rate
No Coolant.

@ Climb Milling.
Change Cutter Positioning

With Optimized Ranges

® Accurate, Material-specific Calculations For Enhanced
Performance And Productivity

® Ensures Consistent Results With Verified Tooling And

Application Data

Optimized For Machining Excellence

ASPHALT OPTIMAX

5
[OfEen

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:

® 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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