RTS

o " Coated | Cermet | Carbide Dimensions (mm)
S| Shape Order Number 8 = E = § ﬁ =) Geometry
= OEE§§§§E R |L1| L2 | S1|F1|Re|B3|B9o
wi> > >|Z2|2|X
Strong Cutting SRG16C G| |e 8 |16 | 82 [35|—]—[11 =
_ [FaeTpe 20C G| |e 10 |19 |102 |46 |— |- |10°18° |
g 25C c| |e 12524 |128 |55 | = | —|10°18°| = ’@V 1 .
- 0 30C G| |@ 15 |28 |153 |7 | —|—|10°18°| & Il 1l be
32C G| |e 16 |28 [163 |7 |- |- |10°]18°
Strong Cutting SRG16E G| [e@ 8 [135] 67 [35|—=]—=11°]—
. Edge Type 20E G| |e 10 155/ 85 (46 |— —| 9| —| ‘
E 25E G| |@ 125(205(102 |55 |—=|—| 9| - |-~ )@ T B
0 30E G| |e@ 15 (2520122 |7 |- -] 9/ -| g 0 si]
32E G| |e 16 [26.1]131 |7 |—=|—=] 9 —
Low Resistance SRM16C-M M [ ) 8 |16 | 82 |35 |—|—|11°| —
_ [T 20C-M M| |@ 10 19 [102 |46 | —|— |10°
g 25C-M M| |® 125(24 |12.8 |55 | —|—|10°
- o 30C-M M| |® 15 [28 [153 |7 | —|—|10°
32C-M M| |@ 16 28 |163 |7 |—|—|10°
Low Resistance SRM16E-M M [} 8 [135| 6.7 |35 | —|—|11°
. Type 20E-M M| |@ 10 |155| 85 |46 |—|—| 9
5 25E-M M| |@ 125(205(10.2 |55 | —|—| 9°
© o 30E-M M| |@ 15 [252(122 |7 |—|—=]| @
32E-M M| |@ 16 [26.1]131 |7 |=|—=| 9| -
*2 SRG40C G| elele 20 [36 [205 [8.0 |—]—[11° =
& »*2 50C G| |e|lee® 25 40 |26 |85 | —|—|11°| —
c
*2 SRG40E G| elele 20 32 [166 [80 |—=]—[11° =
o w *2 50E G| |e|le|e® 25 [358/20 |85 | —|—|11°| —
3
.1 Egg:grﬁ;tting APMT1135PDER-H2 [M[|@ @ 00 — |11 [ 635 |35 [1.2]0.8]11° —
1604PDER-H2 |M|® | ® 0 — |165| 9.525|4.76|1.4/0.8|11° —
2
g LowResistance|  APMTLL35PDER-M2 [M[ @[ @ ° — |11 [ 635 |35 [1.2]0.8]11° —
a |pe 1604PDER-M2 |M|® | ® ° — |16.5| 9.525|4.76|1.4|0.8|11°| — | « %ﬁﬁ %
- 85"\/ L1 S1 B

(Low-resistance inner or outer inserts are precision M class type.)
*1 Selection guide for peripheral cutting edges : The first recommendation is the super sharp M breaker (APMT....PDER-M2).

*2 2 inserts supplied per case.

When cutting edge strength is particularly important, use the H breaker (APMT....PDER-H2).

BRECOMMENDED CUTTING CONDITIONS

Work Material Hardness Grade Cut;ir?]?msirﬁ))e = Fe(?gn?/?(; (;I;?]())th C'\;Ijét(ijrég

i Alloy Tool Steel <o504B VP20RT 160 0'1()22(%0§:8'3 Q
(ASTM D2) - VP30RT (120—200) ) i5 (0'1_0'3) C
0.2 (0.1—0.3) A
Alloy Tool Steel <250HB N (160230250) 0.3(0.1—0.4) B
0.2 (0.1—0.4) ©
200 0.2 (0.1—0.3) A
<235HB VP20RT (160—250) 0.3(0.1—0.4) B
0.2 (0.1—0.4) ©
Cast Tool Steel 0.2 (0.1—03) A
<230HB il (160230300) 03(0.1—0.45) | B
0.2 (0.1—0.4) C
. 0.25(0.1—0.4) A

. Tensile Strength | VP15TF 200 —
Ductile Cast Iron e VP20RT | (160—300) 822 ggi_gjg (B:
. 0.25(0.1—0.4) A

Tensile Strength | VP15TF 200 —
sl <350MPa VP20RT | (160—300) g'zg ((g'i_g'j?) g

Cutting Mode

A: Slot Milling

B : Shoulder Milling (Standard Type)

C : Shoulder Milling (Long Cutting Edge Type)

info@mitsubishitools.ru

www.mitsubishitools.ru

SPARE PARTS

> M001

TECHNICAL DATA > NO001

K105



