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- High-rake flute shape using 20° positive inserts.
- General-purpose cutter for common steel, soft steel, stainless steel, and light alloys.

+ Use of high-strength design, high-accuracy parts, and asymmetric flutes provide good finish surface accuracy.
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Cutting Conditions
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Refer page D15 about the bore type arbor
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mea—r | S5 P Y7 et BE ok EE | ERCY-h | E)
ftem code RTL|™es|@Dc| Lf | @D, | @d | @di| & | a | a | b | @D. | Dbl (kg) | 5o | Mountn Inserts S“Wg‘ﬂ""f“”)
A45E-4080R/L | @ 4| 80| 50| 93(%4 | 34| 26| 55| 95 6| — | 55| 14 68,550
A45E-4100R/L | @ 5/100| 631133175 | 45| 32| 55| 127 8| — | 65| 24 fo 7—N\BR 86,190
A45E-4125R/L |®| | 6 |125| 63 |138|%1 | 63| 38 | 55| 159 10| — | 85| 36| | U RRII T
A45E-4160R/L |®| | 8160 63 173|508 | 90| 38 | 55| 191 11| — | 105| 55 SEKR42TN 132,600
A45E-4200R/L |@| |10 | 200| 63 |213 |47625| 130| 38 | 5.5 | 25.4| 14{130| 160| 9.0 Fiop E2RUYY 186,660
9. =5
A45E-4250R/L | @®| |12 | 250 63 | 263 |4162%5| 140| 38 | 5.5 | 254| 14130 200] 149] ° Dﬁg_ﬁﬂﬁg 227,460
A45E-4315R/L |@| |14|315| 63 |328[4625] 220| 38 | 55| 254/ 14 |220| 260] 22.0|Fig.3] ™ 318,240
A45E-5100R/L | @ 5/100| 631183175 | 45| 32| 75| 127 8| — | 75| 29 86,190
o
A45E-5125R/L | @ 6(125| 63|143(%1 | 62| 38| 75| 159/ 10| — | 95| 4.3|Fig.1 ’Arb:r\tyff“ 103,020
A45E-5160R/L | @ 8(160| 63|178(508 | 88| 38| 7.5| 19.1| 11 /105| 130| 6.7 132,600
A45E-5200R/L |@| |10 |200| 63 |218 |4765| 130| 38 | 7.5 | 25.4| 14 130 | 170| 10.2 i 2%”-%?—? 186,660
9.
A4SE-5250R/L | @| |12 | 250 63 |268|4162%5| 140| 38 | 7.5 | 254] 14130 | 210] 16.0| | ocimarirgobe 227,460
[;FE] 7—/VHRUIFTBUEEA. [Note] Arbor screw is not included.
IR 2 SE =
.nBEEE’E Parts HEBEASAYES,  Numeric figure in a circle £
B & & Hik—% HiR—&1EHRU 9L 9527R0 LF
Parts Locater Locater screw Wedge Clamp screw Wrench
FoAR N
Shape 5 V S
g 67 %y FHEEINGE 5’ FHEBI\FE FHEEINGE g FHEBI\GE FHEI\GE
BERAYS NN 1% (F) S fis (F3) 1% (F) % () G
Cutter body rapgested, ggested, rapgested, pgested, pgested,
175-111 | 6,440 | 156_162 171-121 | 2,850 | 100-143 | 450
#ERL) | 160
176-111 | 6,440 176-121 | 2,850 | 100-142 | 450
100-221 | 790
175-112 - 171-122 - 100-143 | 450
156-161 | 230
176-112 - 176-122 - 100-142 | 450

O : (REHEEMRTY .
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@ : Stocked items.

BE) | SEEERTI . No Mark : Manufactured upon request only.



BA>Y—bK Inserts

N, =2 N, res 14 ]
D é45 féi 2 & | J&| Y )% D & jﬁzw 4 & )05 DR
= = = — re ] Note1) Flat drag clearance angle
1270 318 ,5{ ' e 1687 7 rs{o/ -C9 26°
-G9Y,-G9 25°
h g Fig-4 Fig-5 —~— Fig-6 h Fig-7 Fig-8 -G9G 30°
k| Carbon steels [ | L H NN - T —RRLDE- SR
SUS% SUS, etc. . E] General cutting, First recommended
FC-FCD Cast irons - . . E] : —ﬂntﬂﬁU%Z?ﬁﬁ
PIV==ZOLE®E  Aluminum alloys " | Gener:cutﬁng, Second recommended
= H O =~ 4 X | G I 4 stv | #BEE Carbid 28/ \FEflE (M)
mEI— K Somms || Cmine| ool Bl Comal | B IK | g | Skt
1IFF 4 ooz 3 | B | B 2 < 8ol R | adce | mziooo
nim e (Tfjh) 1.5.0. (metric) o = ‘é g 5 g g%( % § % é g 2 Shape |4 =72 cgf(,g%(w:l[]]go
S S| oo B|l=S|c|als RUE© Gl ,
SEE42TN-G9 SEEN1203AFTN-G9 (J — 850
SEE42TN-G9G SEEN1203AFTN-G9G [ J Fig-5 — 850
SEE42TN-G9Y SEEN1203AFTN-G9Y Eé‘& [ K ) o 0 o [ 1,100 1,310
SEE42TN-C9 SEEN1203AFTN-C9 [ ] [ ] [ 1,100 850
SEE42FN-C9 SEEN1203AFFN-C9 (J [ J Fig-4 1,100 850 =
SEK42TN-C9 SEKN1203AFTN-C9 o o o o e o | o 990 760 E
SEK42TN-C9Y SEKN1203AFTN-C9Y (B ) 990 — %
SEK42FN-C9 SEKN1203AFFN-C9 | K }?& (J [ J 990 760 =
SEKR42TN SEKR1203AFTN Fig-6 990 — S
SEKR42TNY SEKR1203AFTNY (N ] 19~ 990 —
SEE53TN-C9 SEEN1504AFTN-C9 | E #& [ (J 2,100 1,610 =
SEE53FN-C9 SEEN1504AFFN-C9 E — — 8
SEK53TN-C9 SEKN1504AFTN-C9 o 0 o [ [ ] Fig-7 1,890 1,460 =
SEK53TN-C9Y SEKN1504AFTN-C9Y K }?& (K 1,890 — %
SEK53FN-C9 SEKN1504AFFN-C9 (J [ J 1,890 1,460
SEE53TN-G9Y SEEN1504AFTN-GQY | E & [ ] Fig-8 2,100 —

[EEIGX2140FBER Y vF /P —ICRIGLEBADTTEFELIEE L), [Note] Please note that the GX2140 does not cause a reaction in conductive touch sensors.
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<EtJEI> Face milling KINFIFE—HRBMIETT . Red indicates primary recommended grade.

A IS TE ’GJJ‘#]'/UEE —}J%ib/?iib ¢ 80 ¢ 100 ¢ 125 ¢ 160
. R ded| m/min = 5 S = < S — 3 S — 5 5

Work material | et | cuting speed | Feod rate | EVFEEY | XDRE | BIERE | XD | B | XDEE | EEHM | XDEE
aimEmE | GH3390 (150~ 0.1~ 800 480 640 480 510 460 400 480
EEOOHB BIF) g)-l(%g)gg 250 0.2 ve=200m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
powill =il | 9123880 (100~ |04~ 640 | 380 | 510 | 380 | 410 [ 370 | 320 | 380
(30HRCLIT) | Ehiz630 200 0.2 ve=160m/min f;=0.15mm/t ap=1.5mm ae=0.8Dc
T SEW | )pa120 80~ 0.1~ 480 | 290 | 380 | 290 | 310 | 280 | 240 | 290
(30~ 40HRC) | €Y250 150 0.2 Ve=120m/min f=0.15mm/t ap=1.5mm ae=0.8Dc
Z7JLZE | JM4160 [120~ |01 ~ 720 | 430 | 570 | 430 | 460 | 410 | 360 | 430
SUS HC844 220 0.3 ve=180m/min £=0.15mm/t ap=1.5mm ae=0.8Dc
# B CYI00H (100~ | 0.1~ 640 | 380 | 510 | 380 | 410 | 370 | 320 | 380
FC, FCD GX2140 200 0.3 ve=160m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
7ILZAas WH10 300 ~ 0.05 ~ 1,590 \ 950 | 1,270 \ 950 | 1,020 \ 920 | 800 \ 960
Aluminium 600 0.2 Vve=400m/min £,=0.15mm/t ap=1.5mm ae=0.8Dc

It #eA2HTE tJJ%’/IJiErE —}J%ib/fbiib @ 200 ¢ 250 ® 315

. R ded m/min t — S ~ = S S — < S

Work material ecogp;r(]j:n ¢ Cutting slpeed Fegnt]j rate @Eﬁﬁ ﬂfn?n/%:; @Eﬁ?ﬂ ﬁm%’n%g EEE?& ’ima llr%:;
mEHE | 593300 (150~ |01~ 320 | 480 260 | 470 200 | 420
(200HB LIT) &h5438 250 0.2 ve=200m/min f-=0.15mm/t ap=1.5mm ae=0.8Dc
Rl 52l | 535830 [100~ (0.1~ 250 | 380 | 200 | 360 | 160 | 340 ] |
(30HRC LIF) K5438 200 0.2 ve=160m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
PRl ol | JP4120 (80~ (0.1~ 190 [ 290 | 150 | 270 [ 120 | 250 | |
(30~ 40HRC) | €Y250 150 0.2 Vve=120m/min £,=0.15mm/t ap=1.5mm ae=0.8Dc
Z7LZ8 [ JM4160 [120~ [0.1~ 290 | 430 | 230 | 410 | 180 | 380 | |
SUS HC844 220 0.3 ve=180m/min £=0.15mm/t ap=1.5mm ae=0.8Dc
7 = SaaA995 1100~ |01~ 250 | 380 | 200 | 360 | 160 | 340 ] \
Cast irons JP4120 "
FC, FCD GX2140 200 0.3 ve=160m/min fz=0.15mm/t ap=1.5mm ae=0.8Dc
ZIL=Ea® WH10 300 ~ 0.05 ~ 640 \ 960 | 510 \ 920 | 400 \ 840 | \
Aluminium 600 0.2 ve=400m/min z=0.15mm/t ap=1.5mm ae=0.8Dc

e OmE, MIBRCEDET. BYEI—5Y ME@ALTI LS. ] ‘
@ DIFEYHIRHRIFUHIREFDERZERIBDTY , KEOIITIFMIAIK. B, ERERMEFCIDREZRERELTIIEEL,

[Note] ®GX2140 (&, BEXY v F VY —ICRIGLFBADTTERLIREEL,
(D Use the appropriate coolant for the work material and machining shape.
(@ These recommended cutting conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
(® Please note that the GX2140 does not cause a reaction in conductive touch sensors.
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