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<HIGH FEED CUTTING FOR CAST IRON> Finishing  Roughing
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o Stock Dimensions (mm NERS,
AHX640W-080A08R/L |@|x 8 80 926 | 50 | 27 23 13 56 | 12.4 7 1.5 6 1
- -100B10R/L |®|x| 10 100 | 1126 | 50 | 32 32 45 70 | 144 8 2.1 6 2
?;—3 -125B12R/L |@|x| 12 125 | 137.6 | 63 | 40 32 56 80 | 16.4 9 3.1 6 2
-:]%) -160C16R/L |® x| 16 160 | 172.6 | 63 | 40 29 56 | 100 | 16.4 9 5.6 6 S
g -200C20R/L (@|x| 20 200 | 2126 | 63 | 60 32 135 | 155 | 25.7 | 14 8.0 6 4
W -250C24R/L |@ | x| 24 250 | 262.6 | 63 | 60 32 180 | 200 | 25.7 | 14 | 12.6 6 4
-315C28R/L (@|x| 28 315 | 327.6 80 60 57 225 285 | 25.7 14 315 6 4
AHX640W-080A10R/L |®@ x| 10 80 926 | 50 | 27 23 13 56 | 12.4 7 15 6 1
g -100B14R/L (@|x| 14 100 | 1126 | 50 | 32 32 45 70 | 144 8 2.1 6 2
2 -125B18R/L (@|x| 18 125 | 137.6 | 63 | 40 32 56 80 | 16.4 9 3.1 6 2
I::E -160C22R/L (@|x| 22 160 | 172.6 | 63 | 40 29 56 | 100 | 16.4 9 5.6 6 3
@ -200C28R/L |®|x| 28 200 | 212.6 | 63 | 60 32 135 | 155 | 25.7 | 14 8.0 6 4
% -250C36R/L (@|x| 36 250 | 262.6 | 63 | 60 32 180 | 200 | 25.7 | 14 12.6 6 4
-315C44R/L (@ x| 44 315 | 327.6 | 80 | 60 57 225 | 285 | 25.7 | 14 | 315 6 4
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Wedge Clamp Screw Wrench

AHX640W CWAHX640WN LS0622T TKY15T

* Clamp Torque (N « m) : LS0622T=6.0

@ : Inventory maintained. > : Inventory maintained in Japan.
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