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Radius Mill for General-purpose
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SEC-Wave RadiusMill RSX Series Z5hx
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Low cutting resistance and Low vibration machining has been achieved with High rake edge design + High rigidity body

s TA+1%& [ACP200] . XN TA##& [ACK300] Z#h7t

"ACP200" for steel machining and "ACK300" for cast iron machining are expanded.

RSX08000%Y, RSX20000%!~/1—X1L!

Introducing the RSX08000 and RSX20000 types!
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SEC-9x—7S5I7 A=) sec-Wave RadiusMill RSX
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RSX0800024, RSX200008:U—X1kIC KD  MELULVINTICHIG!

The SEC-Wave Radius Mill RSX Series enables stable machining even when using
equipment with low clamp rigidity thanks to its body design achieving excellent cutting
performance and rigidity.

In addition to the ACM Series for stainless steel and exotic alloys, we have added the
ACP200 grade for steel machining and the ACK300 grade for cast iron machining,
enabling stable machining in a wide range of applications.

Handle an even wider range of milling needs with the RSX08000 and RSX20000 types!

o 1&;&;ﬁ ° 1&;&@]%&% Low-resistance, low-vibration design o _I%_L‘;%{,E‘I‘i High operability

#8)\A L—Fet+S iR T « 55T TR D, REDAERDEBIXAT. SHEENDBVRIEMT.
KK - EIRENIN T 2RI BEHI—F—BEBZERIREULF U

Low cutting resistance and Low vibration machining has been achieved with Ease of corner control has been achieved with the adoption of a unique positioning
Super High rake edge design + High rigidity body mechanism that is highly precise and highly operable.
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A significant increase in back metal thickness

el

Clamp face

D 1k

Detent

@ RS v b *FuTHAX12/16/20mmIBABI— (5. 8/ 1 OmmiBA4I—FERTT.

Insert sizes of 12,16 and 20mm use a maximum of 8 corners and a chip size of 8 and 10mm uses a maximum of 4 corners.

Highly durable body employs

o :J U _x‘*ﬁlﬁ Series

9,{7 3:97 ggft ﬁ*?% (mm) External Diameter
Type EJSZ\Q Gzt [\, 220 | 925 | 832 | 240 | @50 | ©52 | @63 | @66 | @80 | @100 | @125 | @160
VI ILIAT 10__| RSX 10000 RS e o o
Shell Type fms |12 | RSX 12000 RS/R CRE R R OO
sinczd |16 RSX 16000 RS/R ° o [Te [ @
20 | RSX 20000 RS/R 4@ o [@ e ®
v = 10__| RSXF 10000 RS ° ® 0
& | =y | 12 | RSXF 12000 RS/R o o e e e e @
Fine Pich | 16 SXF 16000 RS/R ° o [Te e
- 20 :x-zoooo=5/2% @ e e e
; : RSX 08000 ES )
sz S {0 ROX 10000ES  © o e
S T2 'RSX 12000 ES °
%3 | -8 |RSXFOB000ES 4P| @ | @
@ Furfmch 10 RSXF 10000 ES (] °
— 12" | RSXF 12000 ES - °
SEE N 8 RSX 08000 M [ ) [ ]
FY25=547 | % |15 | RSX 10000 M o o
127 'RSX 12000 M e e
- 8 | RSXF08000M <@ ©® | ® | ®
m ZH 7407 | RSXF 10000 M o o
12| RSXF 12000 M e e
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@ mark: Only metric models are in stock, @ mark: Both metric and inch models are in stock, O mark: Both metric and inch models are manufactured by order, Blank: Not manufactured



o tﬂﬁ“'&ﬁg Cutting Performance

%ﬁtbﬁ(mﬁ’ﬂ}é'li) Tool Life Comparison (Fracture Resistance)
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Vibration amplitude

ftott & LB LN TR D HRiE %4915 %0

t)Jﬁ'J}EEI]ttEﬁ Cutting Vibration Comparison

Rsx ﬂﬂ*il%l Competitor's

[ | -
o KE ° E%nﬂ Stable and long tool life

@ TR+ @ACP200. SN T AMEACP300D
SRBICKD. . X5 L3R, ik, A LI

Expansion “ACP200” for steel machining and *“ACK300” for cast iron
machining enable machining of various kinds of work material such as steel,
cast iron and exotic alloy.

ol
Work Material

THEEFENE <

Wear Resistance

> MHRIBME

Fracture Resistance

ACP200

A ACM100

A ACMS300

g ACK300 /

A ACM100

A ACM300

T BE5%dn (SUS304101T)

MBIHOC - PlIE - VI BAZERLE T,

The letters "C" and "P" at either end of each grade in oating type
W.cvD APVD fEE1:/v3—hk
Blank: Uncoated

?IAE;EEJ Conventional

Suppresse the vibration amplitude in machining by
approximately 15% as compared to competitors’.
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Competitor's Conventional

RSX
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Work Material

t)]%"l%#‘; Ve=200m/min, f, =0.5mm/t

Cutting Conditions

FAIE: 50
Tool

8,=2.0mm, 8,=10.0mm Wet

A ACP200/ACM100/ACM300/ACK300

Z—/{=ZX3—h

New Super ZX Goat
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30% increase.
Coating surface
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reduction.

N

fERI—T 47
Conventional coating

L 1 | |
0.05 0.10 0.15 0.20
TICNXREHEE Ra(um)

TICN Surface Roughness Ra (m)

I I I I
ACM300 ‘ : | ACM200
ftﬂ'*i”” ‘ ‘ | 1 .7%12? \;I {;Z!?ﬂ life ﬁ?‘j‘*,i,””
Ln | o=
0 ‘; : 5!

2 3
tJJ ﬁ'U EE%& (m) Cutting Distance

w5 RSXF12050RS
Fw 7 RDET1204MOEN-G
nsert
IS

a,=2mm, a,=10mm, Wet

v.=200m/min, ,=0.5mm/1,

(tﬂﬁuﬁﬁ%ﬁ a 27m After 2.7m v*wach\mng)

m ﬁi’.*in':'n Competitor's

RERBEHA, T—7 4T BOBENA0%
7u7. BiEERE2000 7y JRER
(RSB 5L EOBR - BEENTH
Tk
A—MIEHT TR, ERBLREN LD
EEGEER

series with a coating film hardness approximately
n oxidation onset temperature 200°C higher

st twice as long as that of conventional
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1.3 times longer tool life
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SEC-9x—7S5 I 7 A=) sec-Wave RadiusMill RSX(F)10000RS

RSX(F)10000RS

- A7 >/ b Al g5 8- H R4 O V) HI A

Milling for Steel, stainless steel, cast iron and exotic allo

5mm /

Rake Angl §m E |T:]

oDy

. $1$ Body (RSX.I OOOORS) Em§W7A=1 Omm’;"'fj Insert: A=10mm Series

(10000RS)

TS T E ~ & (Mm) bimensions K B
Cat. No Stock QDC QDb Lf od a b ﬁ Qd1 Gdg No. of Teeth \/\g%)m
'{U RSX 10040RS [ 40 34 40 16 8.4 5.6 18 14 9 4 0.2
Ujg 10050RS ([ 50 40 40 22 10.4 6.3 20 18 11 o) 0.3
= 10052RS [ 52 40 40 22 10.4 6.3 20 18 11 5 0.4
. $1$ Body (qu)(F-I OOOORS) ‘55773\]9/{7 Fine Pitch Type‘ iEFFH"‘y =7 A=1 Omm947 Insert: A=10mm Series
# | RSXF 10040RS ® 40 34 40 16 84 | 56 18 14 9 5 0.2
Us 10050RS ° 50 40 40 22 104 | 6.3 20 18 11 6 0.3
Z 10052RS o 52 40 40 22 10.4 6.3 20 18 11 6 0.3
FAICT v TIFEFAATHDE A DY FEERT DR REEIRMITUA X (od) ZTHIREEL,
Inserts are not included. Check the collet attachment size (ed) when selecting the cutter
. T \y 7 Inserts Bﬂﬂ Steel @ Xj__\/ UXﬁm Stainless Steel m %ﬁ% Cast Iron B %ﬁ‘ﬁj Exotic Alloy
MiEnia I—F47
Grade Coated Carbide
\ BRI 4
]%ECEE]} /ﬂ;ﬁﬁtﬂﬁu General Purpose % % % é‘(
*ﬂtﬂﬁu Roughing m %
@@ T_ﬁﬁ S+0.025
pil] § § S| g | g | Dimensions SRRREAAR
5133|4] s —7
RDET 10T3MOEN-G ® ® e e e 10 397
10T3MOEN-H |® (@@ @ @ 10 397 <o Hhee

. ﬂﬁ@ﬂ?()"‘ﬁ Identification Details

RSX F

10 040

®
S SR FuIHLX hy5E
. 1I:I:IBI:IEII:I Parts
Z)\F R B BALER
Wrench Screw Anti-seizure cream
N
S
@ &
N-m;
TRDR15IP |BFTX03584IP 3.0
Nmy HEEERF (55 )LD (N'm)

Recommended tightening torque(N+m)

B 7y TBRAROTER

Notes about Mounting Inserts

O] | REEER

O | IREEBR (hFEm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)

RS

BF XbUvott

Direction  Metric

. mﬁtﬂﬁu%ﬂt Recommended Cutting Conditions

e YRR ve(m/min)| KD £.(mm/t) | v =7
|
150 el BE  Kp gR- LR TE-ME-R| M8
Work Material Hardness  |Cutting Speed vm/min)| ~Feed Rate f,(mm/{) Grade
Min.-Optimum-Max. | Min.-Optimum-Max
s 180~280HB| 100-160-200 |0.20-0.40-0.60| ACP200
» arbon Steel
el 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
oy Steer
JISANR
o ZL2AF | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
2| o [RILFUHoARR
23 60| YVTZTARR 1900-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Mg PR 7 MR | 20048 | 150-180-200 |0.15-0.25-0.35| ACM300
2| CpNi | Austenitic
gl%% R ETHT 0% 1230~270HB|  80-120-180 |0.15-0.25-0.35| ACM200
Based
b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
s 250HB | 80-120-160 |0.10-0.30-0.40| ACK300
ast Iron
A% NIEH %
WACE || N . |250-350HB| 20-30- 40 |0.10-0.20-0.30 G100
e #F2>(99.5%)| Rm400) | 60-80-100 |0.10-0.20-0.30
> Pure titanium ACM200
Titanium G+Bﬁ$/¥¢
JIHEEER | (Rm1050)| 40-50- 60 |0.10-0.20-0.30




SEC-Ux—753I7A=)L sec-wave RadiusMill RSX(F)12000R(S)

RSX(F)12000R(S)

- A 5>/ L Al ik 2t HlA4 DY) HI A

Milling for Steel, stainless steel, cast iron and exotic allo

Fig 1 oDy Fig 2 oDy Fig 3 oDy
od od od
a_ .a_ EN
L]
~ Q|
| Q]
T 3 ——
J (@)
017
.ngw, ggf ﬂd!
oD, | oD, oD
. $1$ Body (RSX] EOOORS/R) i@ﬁﬁa’-‘y 7 A=1 2mm947 Insert: A=12mm Series
Rl = E B Xt 7% (Mm) pimensions I | EE Fi
Cat. No sk | 8Dg | @Dy | L od a b 0 | 0di | 8ds |no.orteetn| wen ¢
RSX 12040RS [ 40 32 40 | 16 8.4 5.6 18 13.5 9 3 0.2 1
12050RS () 50 40 40 | 22 10.4 6.3 20 18 11 4 0.3 1
N 12052RS ® 52 40 40 | 22 10.4 6.3 20 18 11 4 0.3 1
s 12063RS () 63 40 40 | 22 10.4 6.3 20 18 11 5 0.4 1
v 12066RS ® 66 55 50 | 27 12.4 7.0 25 20 14 6 0.7 1
g 12080RS () *80 55 50 |27 12.4 7.0 25 20 14 6 1.0 1
12100RS ® 100 70 50 | 32 14.4 8.5 32 46 - 6 1.4 3
:/&u RSX 12080R [ *80 55 50 | 25.4 9.5 6.0 25 20 13 6 1.0 1
F- 12100R o *100 70 63 | 31.75 | 12.7 8.0 325 46 28 6 1.9 2
B 1 500y (RSXF12000RS/R) [ZHTA T fincrichiee] BRAF YT A=12MmM% A T insert: A=12mm Series
RSXF 12040RS [ 40 32 40 | 16 8.4 5.6 18 13.5 9 4 0.2 1
12050RS () 50 40 40 | 22 10.4 6.3 20 18 11 5 0.3 1
N, 12052RS o 52 | 40 40 | 22 104 | 63 | 20 18 11 5 0.3 1
s 12063RS () 63 40 40 | 22 10.4 6.3 20 18 11 6 0.4 1
7 12066RS ) 66 | 55 50 | 27 12.4 70 | 25 20 14 7 0.7 1
24 12080RS () *80 55 50 |27 12.4 7.0 25 20 14 7 0.9 1
12100RS [ 100 70 50 32 14.4 8.5 32 46 - 10 1.3 3
7| RSXF 12080R o *80 | 55 50 | 25.4 95 | 60 | 25 20 13 7 1.0 1
F- 12100R ] *100 70 63 | 31.75 | 12.7 8.0 325 46 28 10 1.8 2

FMEICT v TIFHEHAATHDF B Ny FEERT DR REERNITTA X (od) ZTHRZE,

Inserts are not included. Check the collet attachment size (ed) when selecting the cutter

#2545 080, 0100mm T4 XD7—) INDfEDMIFICE, JISB1176 [FNAEGEMRIL b (80 »M12 X30 ~ 35mm.e100 =M16 X40 ~ 45mm) Z CALfEEL, S

Please use JIS B1176 hexagonal bolt (@80: M12x30 to 35mm, 0100: M16x40 to 45mm) for securing @80/2100 cutter to the arbol
. } v 7 Inserts Eﬂﬂ Steel @ ATV A spainiess steel m FHEK Cast iron B BEEIRT 2ot Aloy
MiEDFE d—F427 ;
Grade Coated Carbide
- BRI e g
N L, +H
]:pfﬁcjzt[llonl /ﬂﬁﬂtﬂﬁﬂ General Purpose % % % <
*ﬂtﬂﬁu Roughing m ‘ 0025
g4 S | |s
RS & 2 |g|g|g | Pmensons @ UCHBHAEL IR
Cat. No 2| = % g Cutting Edge Cross Section
glglg|4]s —7 7
RDET 1204MOEN-G ® 0 0 0 o 12 476 o -
1204MOEN-H ® 0 0 0 e 12 476 G Type H Type
. ﬂﬁ@ﬂ?()"‘ﬁ Identification Details . Tﬁﬁtﬂﬁu%ﬁ- Recommended Cutting Conditions
e YIENER ve(m/min)| KD £.(mm/t) | v =7
|
RSX F 12040 R S S0 wigl 2 B TR R R TR-RR-LR| 16
_— —_— _— Work Material Hardness  |Cutting Speed v.(m/min)| Feed Rate f,{mm/t) @
(0} ® ® @ ® ® Min.-Optimum-Max. | Min.-Optimum-Max
CREES R TR @wda LR Al bS] 180~280HB| 100-160-200 |0.20-0.40-0.60| ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Direction  Metric ~ Carbon Steel
Bl 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
B EBa Pars o JEZAMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
2 ) =3 TR LEH Aol =i MR 1200~330HB|  80-120-180 |0.15-0.25-0.35| ACM300
Wrench Screw Anti-seizure cream 75 a’_e”“‘c
S M| ¢ - A=2TT AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
S 25 SRR
(%\N\ 6 & Bcﬁ =TT W 230~270HB| 80-120-180 |0.15-0.25-0.35| ACM200
N'-m/ ased
e 3'; e b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
P — B 250HB | 80-120-160 |0.10-0.30-0.40| ACK300
N-m ZEEAS ‘m n
Resommended tightering orque(Nm) ERET st e [250-350H8| 20-20- 40 |0.10020-030)
) T o —al 1< S
B 7y TRAROTER . |F5>(99.5%)| (Rm4oo) | 60-80-100 |0.10-0.20-0.30
Notes about Mounting Inserts ?9/ Pure titanium ACM200
-, N itanium O
O [ IBEAER O | BEEER (IS JBOER | (Rm1050) | 40-50- 60 |0.10-0.20-0.30

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-9x—7S5I7 A=) sec-Wave RadiusMill RSX(F)16000R(S)

RSX(F)16000R(S)
8- 25>/ L A$E-$8%- M DY B

e 5| 18 /| B3
Rake Angl [yl 10°

Milling for Steel, stainless steel, cast iron and exotic allo (16000R(S))
Fig1 __ oD; Fig2 _oD, Fig3 _oD, Fig4 oDy Fig5 oD,
o od od PCD 66.7
& =R La. od |
g | 4014
=Q ~laf NJQ
T T\ 3 *‘[ ] |
JL LK O O | ®
g%? od: od: od
oD, | | oD, | oD, oD,
. $1$ Body (RSX] SOOORS/R) iEﬁH?“yj A=1 6mm947 Insert: A=16mm Series
9__?.2 é E Fﬁ T_r 5£ (mm) Dimensions }j?ﬁz E% F
Cat. No. Stock QDC QDb Lf Qd a b g Qd1 de No- of Teeth \N(:‘%)m lg
% | RSX 16063RS ) 63 50 40 | 22 10.4 6.3 20 18 11 4 0.5 1
5 16080RS () *80 55 50 | 27 12.4 7.0 25 20 14 5 0.9 1
W= 16100RS () 100 70 50 | 32 14.4 8.5 32 46 - 6 1.3 3
z 16125RS [ 125 80 63 | 40 16.4 9.5 29 52 29 6 2.6 1
+ | RSX 16080R () *80 55 50 | 25.4 9.5 6.0 25 20 13 5 0.9 1
Vi 16100R () *100 70 63 | 31.75 | 12.7 8.0 325 46 28 6 1.8 2
7 16125R ) 125 80 63 | 38.1 15.9 | 10.0 35.5 55 30 6 2.7 1
. $1$ Body (RSXF] GOOORS/R) ‘%3‘]9’(7 Fine Pitch Type‘ ;EFFH’-\yj A=1 6mm947 Insert: A=16mm Series
% RSXF 16063RS [ 63 50 40 | 22 10.4 6.3 20 18 11 5 0.4 1
N 16080RS () *80 55 50 | 27 12.4 7.0 25 20 14 6 0.8 1
U3 16100RS () 100 70 50 | 32 14.4 8.5 32 46 - 7 1.3 3
o 16125RS () 125 80 63 | 40 16.4 9.5 29 52 29 8 25 1
g 16160RS 160 | 130 63 | 40 16.4 9.5 29 88 - 10 4.8 5
RSXF 16080R () *80 55 50 | 25.4 9.5 6.0 25 20 13 6 0.8 1
A 16100R ® *100 | 70 63 | 31.75 | 127 | 80 | 325 | 46 28 7 1.7 2
;5 16125R () 125 80 63 | 38.1 15.9 | 10.0 35.5 55 30 8 26 1
16160R 160 | 100 63 50.8 19.0 | 11.0 38 72 - 10 4.3 4

ANMEICTF v T FHEIPANTE D F Ao B ‘yg%ig?ﬂﬁé% f%ﬁ,i'\ﬁiﬁb‘*jfrl“ (od) %Cﬁﬁ%’»&(?’iéb\

Inserts are not included. Check the collet attachment size (ed) when selecting the cutter.

*NZF 080 0100mm 4 XD7— I\’\@‘Fﬁ&)ﬁb‘ld:{ JIS B1176 [F\AUIERIL I\J (080 —>M12 X30 ~ 35mm.o100 »M16 X40 ~ 45mm) 7%z CHERLEE

Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, ©100: M16x40 to 45mm) for securing @80/0100 cutter to the
- ? ‘y 7 Inserts Eﬂﬁ] Steel @ AT U7\fﬂ Stainless Steel m ffij% Cast Iron B ;ﬁﬁ *Z Exotic Alloy
MIEDRE J—F427
Grade Coated Carbide
. B BB g VERPE g
N ALY vid | wia | H
I%JE‘HUIDI }ﬂﬁﬁtﬂﬁw General Purpose ‘Pﬁ % <<
pplication N
*HUJE'J Roughing [a % A+o‘ozs ‘ 0005
: +0. go.
J €e & -
FFl N 2o oo Dimensions 017 R
BE 5 2|8|8|8 OTEHMIEL .
S ITIEFI= ==
SIS G| A s _ﬂ ﬁ
<< | <€ | <<
RDET 1606MOEN-G ® ® 0 ® 0o 6 65 o o
1606MOEN'H . . . . . 16 6.5 G Type H Type
. ﬂﬁ@ﬂ?()‘ﬁ Identification Details . ?E“,@tﬂﬁu%fq: Recommended Cutting Conditions

RSX F 16063RS  [| =7 |= Fa:imiw

Hardness  |Cutting Speed v.(m/min)| Feed Rate f,mmt) @b

@ ® ® O] ® ® Min.-Optimum-Max. | Min.-Optimum-Max
S EREE - FIMA pysE . BE AL bR 180-280HB| 100-160-200 |0.20-0.40-0.60 | ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Direction  Metric - Carbon Steel
Pl 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
oy Steer
B BRGR rarts Cr| ZZZAMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
% il ystem
Z)F Ry B BALER Ll | WTIARR 1500-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Wrench Screw Anti-seizure cream 75 af”s‘“c
S ij . A—2TF AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
(%\\\N\\ ] leﬂ“ A |G bR 230-270HB| - 80-120-180 |0.15-0.25-0.35| ACM200
N Based -
@ b MUBR(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200

TRDR20IP | BFTX0511IP |5.0
Nemy HESZAT (110 )LD (N-m)

Recommended tightening torque(N+m)

250HB 80-120-160 |0.10-0.30-0.40 | ACK300

Cast Iron

NEAR  1950.350HB| 20-30- 40 |0.10-0.20-0.30

ntaloy | Ni based material system

%7 5~(99 5%
B IRABOTEE XD 55 [F52825%)| (Rmao0) | 60-80-100 |0.10-0.20-0.30
Notes about Mounting Inserts Titanium at+BEE%R (Rm1050)| 40-50- 60 |0.10-0.20-0.30

a+p3 alloy system

ACM100

ACM200

O | REEER O  REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-Ux—753I7 A=) sec-wave RadiusMill RSX(F)20000R(S)

RSX(F)20000R(S) g

— F- 7 7RY1] s\ e
- 25>/ L A 8- ek St EI44 DY B o ey
Milling for Steel, stainless steel, cast iron and exotic allo — WW 10°| “20000R@)
Fig 1 oDy Fig2 @D, Fig8 oDy Fig4 oDy
od od o 2]
ER ER _od
% 4014
~ 'DT NI-D
— 3 |
_ K O A O
_od | _ed | _edy |
oD, | oD, | oD,
. $1$ Body (RSXEOOOOR/RS) iEﬁH?“yj A=20mm947 Insert: A=20mm Series

9__?.2 é E Fﬁ T_r 5£ (mm) Dimensions }j?ﬁz E% F
Cat. No. Stock QDC QDb Lf Qd a b g Qd1 de No- of Teeth \N(:‘%)m lg
> | RSX 20080RS ) *80 55 50 | 27 12.4 7 22 20 14 4 0.9 1
5 20100RS () 100 70 50 | 32 14.4 8 32 46 - 5 1.8 3
W= 20125RS () 125 80 63 | 40 16.4 9 29 52 29 6 2.6 1
z 20160RS [ 160 | 130 63 | 40 16.4 9 29 90 - 7 4.7 5
RSX 20080R [ *80 55 50 25.4 9.5 6 25 20 14 4 0.9 1
1 < 20100R () *100 70 63 | 31.75 | 12.7 8 32 46 27 5 1.8 2
;5 20125R () 125 80 63 | 38.1 15.9 10 35.5 55 30 6 26 1
20160R ) 160 | 100 63 | 50.8 19.1 11 38 72 - 7 4.2 4

. $1$ Body (RSXFEOOOOR/RS) ‘%73‘]9’(7 Fine Pitch Type‘ Ema—' v j A=20mm9'fj Insert: A=20mm Series
> | RSXF 20080RS [ J *80 55 50 27 12.4 7 22 20 14 5 0.9 1
|'j 20100RS () 100 70 50 | 32 14.4 8 32 46 - 6 1.8 3
W= 20125RS [ 125 80 63 40 16.4 9 29 52 29 7 2.6 1
z 20160RS ) 160 | 130 63 | 40 16.4 9 29 90 - 9 4.6 5
RSXF 20080R o *80 55 50 | 25.4 9.5 6 25 20 14 5 0.9 1
’jf 20100R () *100 70 63 | 31.75 | 12.7 8 32 46 27 6 1.8 2
= 20125R () 125 80 63 | 38.1 15.9 10 35.5 55 30 7 2.6 1
20160R () 160 | 100 63 | 50.8 19.1 11 38 72 - 9 4.1 4

ANMECTF v T FHEIPANTHEDF B YT ZE ?R?éﬁ” REEBRM YA X (rzd) Z CHEsR <7L

Inserts are not included. Check the collet attachment size (od) when selecting the mr

*N¢ 080 0100mm 4 XD7—) NOfidHIFICIE, JSB1176 ”/\%/\h‘r\'-“lll\J (080 —'M12 x30 ~ 35mm,e100 »M16 X40 ~ 45mm)7a':a_ BRIES

Please use JIS B1176 hexagonal bolt (80: M12x30 to 35mm, ©100: M16x40 to 45mm) for securing @80/0100 cutter to the
. 9: ‘y 7 Inserts Eﬂﬁ] Steel @ AT U7\fﬂ Stainless Steel m ffij% Cast Iron B ;ﬁﬁ *Z Exotic Alloy
MiEDE -4
Grade Coated Carbide
. e VE g
N 171 "mmra | oaa | +H
l%ﬁ‘ﬁjJFI }Hﬂ%tﬂﬁu General Purpose Eﬂ % % <<
pplication —
*HJQUEU Roughing [3 0025
N S
€g ik
B | 28| 8|8 | Dimensins OFSEHMTEAR
Cat. No. LI = % g Cutting Edge Cross Section
S| o|la| A s ﬁ
Iz x| = = 7
RDET 2006 MOEN-G ® ® ® ® ® 20 65 - o
2006MOEN'H . . . . . 20 6.5 GType H Type
. ﬂEU)ﬂ?U:TJ— Identification Details . ?E“,@tﬂﬁu%fq: Recommended Cutting Conditions
- YRR vo(m/min)| EOE £(mm/t) | Fvv P
|
RSX F 20080RS S0 il BE N5 8- R VE- R LR| 8
_— _— —_— — — — Work Material Hardness Cutting Speed v,(m/min)  Feed Rate f,(mm/}) @b
g_‘:®E ggiﬁ % . N @gfx ﬁ®¥ . @71ﬂ§ Min.-Optimum-Max. | Min.-Optimum-Max
WIS FuIHLX vHE AUy o] " o - ~
Cutter Series Fine Pitch Type Insert Size Cutter Direction ~ Metric - Ca’r)Eon Steel 180~280HB| 100-160-200 | 0.20-0.40-0.60| ACP200
Pl 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
oy Steer
B 2B parts cr| ZZ2AMR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
% il ystem
2) ¢ = BT L Al 0| FITVYARR 1900-330HB|  80-120-180 |0.15-0.25-0.35| ACM300
Wrench Screw Anti-seizure cream T ol paronsto
S ljf . A= T AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
(%\\\N\\ — leﬂ“ A |G bR 230-270HB| - 80-120-180 |0.15-0.25-0.35| ACM200
N Based -
TR SC% b MUBE(ER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
. i 250HB 80-120-160 |0.10-0.30-0.40| ACK300
N-my HESEHE (T L2 (N-m) :
RD(’D’\CT"HCWGCd tightening torque(N+=m) r N\basw%tgiystem 250~350HB) 20-30- 40 1010-0.20-030 ACM100
fiF 5>/ (99.5%
B 7y TRIDOTER FHY ' Puret&amum ! S ACM200
Notes about Mounting Inserts Titanium a+BEaER Rm1050)| 40-50- 60 |0.10-0.20-0.30
a+p3 alloy system ( m ) . - - UTUEUm U

O] | REEER

@ mark : Standard stock item



SEC-9x—7JS5I7 A=) Sec-Wave RadiusMill RSX(F)08000ES/10000ES/12000ES

RSX(F)OS000ES«*/10000ES/12000ES
- AT /U Al dix-HHI OY)HIF 4 /{8 /1| {6/

Milling for Steel, stainless steel, cast iron and exotic allo (O8000ES) (10000ES) (12000ES)

Rake Angl [E:tRySN

‘ 7]

|

i

i

i
QDs h7

Lf gs !‘
L
B #&{& (RSXO800O0ES) &RF v 7 A=8mm% 1 7 B #{& (RSXFOS00O0ES) 2151 7| @mF v 7 A=8mm#% 1 7
Body Insert: A=8mm Series Body Fine Pitch Type | Insert: A=8mm Series
?IEJ § EE ﬂ— ;‘i (mm) Dimensions ﬂgy %3% ?IEJ § EE ﬂ— ;‘i (mm) Dimensions ﬂ@ %;E
Cat. No Stock GDC GDS QDZ Lf Es L %)et%f Wegm Cat. No Stock GDC @DS @Dg Lf Es L %)et%f Wegm
RSX 08020ES | @ | 20 | 20 |16.9| 30 | 70 |100| 2 |0.3 RSXF08020ES | @ | 20 | 20 |16.9| 30 | 70 |100| 3 |0.3
08025ES | @ | 25 | 25 |21.9| 40 | 80 [120| 3 [0.4 08025ES | @ | 25 | 25 |21.9| 40 | 80 |120| 4 [0.4
Bl 7&{4% (RSX10000ES) #&RF v 7 A=10mm%+ 7 B &{% (RSXF10000ES) [35( 7| &fF v 7 A=10mm& 4 7
Body Insert: A=10mm Series Body Fine Pitch Type | Insert: A=10mm Series
%I'J % EE T_" 5£ (mm) Dimensions 59?51 %3; %IU % E}?ﬁ T_r 5£ (mm) Dimensions 59?51 %3;
Cat. No Stock QDC @Ds oD,| Ls Qs L %}eﬁ vveém Cat. No, Stock QDC 6Ds oDs| L gs L %}eﬁ Wegm
RSX 10025ES | @ | 25 | 25 |20.3| 50 | 80 |130| 2 |0.4 RSXF 10025ES | @ | 25 | 25 |20.3| 50 | 80 |130| 3 |0.4
10032ES | @ | 32 | 32 |27.1| 50 | 80 |130| 3 |0.7 10032ES | @ | 32 | 32 |27.1| 50 | 80 | 130 | 4 |0.7
B &% (RSX12000ES) &RFv 7 A=12mm¥ 1 7 B X (RSXF12000ES) [2V5 17| @RF v~ A=12mmy (7
Body Insert: A=12mm Series Body Fine Pitch Type | Insert: A=12mm Series
9:?'2 § EE T_'— 5£ (mm) Dimensions 3‘]’3& %3% i_?,g § EE T_'— ;f (mm) Dimensions }T‘?SZ %;E
cat.No soc |[@Dc[@Ds|@Ds] Ly | 8 | L | %l |wetn Cat.No soi | @D |@Ds [@Ds] L | @5 | L | |wotn
RSX 12032ES | @ | 32 | 32 |25.6| 50 | 80 |130| 2 |0.7 RSXF 12032ES | @ | 32 | 32 |25.6| 50 | 80 |130| 3 |0.7
$%(C?W7($5ﬁﬂ3f‘ﬁhﬁaﬁbt§1‘ié\§
. ? v j Inserts Eflﬂ Steel @ AT VA stainiess steel [s FHEK cast ron B HEEIR Erotic Aloy
Mg 38 d—F 47
Grade Coated Carbide
O - —
]ZECEEOHI ;ﬂ;mtﬂ\mGenera\ Purpose % % % § t
*Ht)_]ﬁu Roughing m % & E
€< ik =
ZF,L_J § 22 sg(8|s Dimensions i@ﬁﬁjj‘y@ 50025
Cat. No. 2 2 E % g Applicable Cutters
SEIEIEEE
RDET 0803MOEN-G¢? ® © ® ® @ 38 [3.18 @TEHHER
RSX08000ES Cutting Edge Cross Section
0803MOEN-H¢? ® |® | ® @ @ 38 |3.18 o
RDET 10T3MOEN-G ® ® e ® ® 10 397 ]
10T3MOEN-H |® @ @ @@ | 10 |3.97| RSX(F10000ES j .
RDET 1204MOEN-G ® 0 0 0 o 12 476 RSX(F)12000ES G Type HType
1204MOEN-H ® 0 0 0 0 12 476
. ﬂﬁ@ﬂ?(ﬁﬁ Identification Details . Tﬁ:ﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
- YRR vo(m/min)| EDE £(mm/t) | F v 7
RSX F 10025 ES S0 el BE N5 8- R VE-#R-LR| 8
Work Material Hardness  \Gutting Speed v(m/min)| ~ Feed Rate f(mm/) Grade
® ® ® O] ® Min.-Optimum-Max. | Min.-Optimum-Max
(%fi?%s Hf::::‘ft%pc }\n:cjr‘b:;x 7]3:);& Ii:i’wkijj Ca’f&%ﬁé@eel 180~280HB| 100-160-200 | 0.20-0.40-0.60| ACP200
A 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
B 28 Pars or AL2AF | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
Z)F S BEIBAHLEA Ll | WTIARR 1500-330HB|  80-120-180 |0.15-0.25-0.35 | ACM300
Wrench Screw Anti-seizure cream 75 —
BRA WY 04 - A= T AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
’ D <|CeNi = - =
Applicabla Cutors @\\\\ g0 R PRI 705 230-270HB| - 80-120-180 |0.15-0.25-0.35| ACM200
G R R
o THHEEER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
RSX08000ES TRDROB8IP [BFTX02506IP| 1.5 e
RSX(F)10000ES TRDR151P [BETXEAP[3.0]  SUMI-P Cast Iron e It L
RSX(F)12000ES BFTX04091P | 3.0 WAGE | NEMER 1050-350HB| 20-30- 40 |0.10-0.20-0.30
- — — < . ACM100
N-m ;’Ei@ﬁﬁﬂtﬂj '\)L/9 (Nm) Recommended tightening torque(N+m) - %m}f/(<(9950/0) (Rm400) 60-80-100 [0.10-0.20-0.30
B TRABOTEE T [ arpAeR AG200
Notes about Mounting Inserts a+B aHO?Sys/lém (Rm1050)|  40-50 - 60 |0.10-0.20-0.30

O | REEER O  REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)



SEC-E 9“15 —‘y—}bgﬁﬁ SEC-Modular Tools Special Arbors

7=\

#BE7 —I\ 7
Carbide Arbor S N | — = /(‘7 “““ oot Tt A Ew
IS} | N n Q
) i
Ls
Ly
7 —I\ L
Steel Arbor
W EBIE7 —I\ carbide Arbor B #77—I\ sicel Arbor
}__?.2 § EE T_" 525 (mm) Dimensions 9__?.2 § EE T_" ;25 (mm) Dimensions
Cat. No. Stock M gd_l gDS LS L3 L4 Ls* Cat. No. Stock M gd_l QDS LS L,3 L4 LS*
MA18M10L150C ® [M10|10.5| 18 | 150 | 10 | 20 | 180 MA20M10L150S ® M10|{10.5| 20 |150| 10 | 20 | 180
18M10L200C | ® M10|10.5| 18 |200| 10 | 20 |230 25M12L200S | ® |[M12|12.5| 25 | 200 | 10 | 22 | 235
20M10L150C | ® |[M10|10.5| 20 | 150 | 10 | 20 | 180 32M16L200S | ® |[M16|17.0| 32 | 200 | 10 | 24 |240
20M10L200C | ® M10/10.5) 20 | 200 | 10 | 20 | 230 ) .
MA23M12L200C | ® |M12[12.5] 23 | 200 | 10 | 22 | 235 B BEDIFUTT weniication Details
23M12L250C | ® |M12|12.5| 23 | 250 | 10 | 22 | 285
25M12L200C @® M12|125| 25 |200| 10 | 22 | 235 MA 15 M08 L120 C
25M12L250C | @ |M12|12.5| 25 | 250 | 10 | 22 | 285 ole 0 Os  mauE O N
MA28M16L200C ® M16/17.0| 28 [200| 10 | 24 | 240 Cutter Series  Shank Diameter  Mounting Screw Arbor Length g;g’r :
28M16L300C | ® |M16|17.0| 28 | 300 | 10 | 24 | 340
32M16L200C @® M16(17.0| 32 |200| 10 | 24 | 240 l lJ N-
i ‘m
32M116L300C ® |M16/17.0| 32 |300| 10 | 24 | 340 .;E ﬁﬁl‘jl\} 7( )RecommendedTlghtenmgTorque
MAYREREDSIFICTERLEE LY,
Points to note when tightening the cutter head
Ay RE7—=)NCEMTDRIE TF [T MLIRERE] {C'CﬁD'C<71“
EUSIFBEICAY REP =)D [BFIFRUR] ZTHERET
+ When attaching the cutter head to an arbor, follow the recommended tightening torque state 1b(,\OJ,
- Confirm the mounting screw size for both the head and arbor before assembly
EiN TlE
xR -
Screw Size T‘g(hltilF‘Tgr?]r)QJO %:
@t hiE (%) set bimensions M10 46 —
M12 60
M16 80
Ls(NyR+77— BB D E)
Dimension of head + arbor

O] | REEER

@ mark : Standard stock item



SEC-91—753Y7 2= )l SEC-Wave RadiusMill RSX(F)08000M/10000M/12000M

RSX(F)0O8000M«#/10000M/12000M
4 | 14mn v | 150m | |6mm /

Rake Andl =iyl (0O8000OM)  (10000M)  (12000M)

l
[
e

Q = -
[§]
o Ly
Ly Lo
L
Bl ~v K (RSX08000M) @fHFv 7 A=8mm#% 17 Bl ~Nv K (RSXFO8000M) [£X5 (7| @mF v 7 A=8mm#% A 7
Head Insert: A=8mm Series Head Fine Pitch Type | Insert: A=8mm Series
?Itj § EE T_r 7\21& (mm Dimensions 7\]%&%% f'cj § Eﬁﬁ‘ T_r EZ_E (mm Dimensions %ﬁ%g
Cat.No scok Do Di| M| L [ L [ Ly [ Ly [ W] h |5 juedh Cat. No oo [oDgloDi| M| L [ L [ Ly [ Lo [ W] h | it
RSX 08020M10Z2 | @ | 20 |10.5|M10/49 |30 | 5 (19| 8 |15| 2 |0.1 RSXF 08020M10Z3 | @ | 20 [10.5|M10/49 |30 | 5 |19| 8 |15| 3 |0.1
08025M12Z3 | @ | 25 |12.5M12/56 | 35| 5 |21 |10 19| 3 |0.1 08025M12Z4 | @ | 25 |12.5M12/56 |35 | 5 |21 |10 (19| 4 |0.1
08032M16Z4 | @ | 32 |170|M16/63 |40 | 5 |23 (10|24 | 4 |0.2 08032M1625 | @ |32 |17.0\M16/63 |40 | 5 |23 |10 (24| 5 |0.2
B ~Nv R (RSX10000M) &@Fv 7 A=10mm#% 1 7 B ~v K (RSXF10000M) (27517 |#&RFv7 A=10mm&( 7
Head Insert: A=10mm Series Head Fine Pitch Type | Insert: A=10mm Series
9__?.2 % EE ﬂ' 5£ (mm Dimensions }J@%% 9__?,2 % EE‘ Tf 5£ (mm Dimensions }J;&%%
Cat.No socc|@Dolo Dy M [ L [ Ly [ Ly [ Ly [W [ h |58 s Cat.No so @Dolo Dy M [ L [ L [Ly [ Ly [ W] A |5t
RSX 10025M12Z2 | @ | 25 |12.5M12(56 |35| 5 [21[10|19| 2 |0.1 RSXF 10025M12Z3 | @ |25 |12.5M12(56 |35| 5 [21[10|19| 3 0.1
10032M1623 | @ | 32 |17.0|M16/63 [40| 5 |23 |10 |24 | 3 |0.2 10032M1624 | @ |32 |17.0|M16/63 |40 | 5 |23 |10 |24| 4 |0.2
H ~v K (RSX12000M) @EFv 7 A=12mm&y 17 Bl ~Nv K (RSXF12000M) (23517 |ERF v T A=12mm%4 7
He Insert: A=12mm Series Head Fine Pitch Type | Insert: A=12mm Series
f'tj % EE T_r ;ﬁ (mm Dimensions }Jgﬂ%; f'cj % EE‘ T_" iz (mm Dimensions ﬂ%ﬂ%i
et No sces[oDgJoD] M L [ Li | L [ L [ W] h || . No scec|oDJoDy| M L [ L | L [ L [ W] h '
RSX 12032M16Z2 | @ | 32 |17.0(M16/63 |40 | 5 |23|10|24| 2 |0.2 RSXF 12032M1623 | @ | 32 |17.0(M16/63 |40 | 5 |23|10|24| 3 |0.2
12040M16Z3 | @ | 40 |170/M16/63 |40 | 5 [23|10|24| 3 |0.3 12040M16Z4 | @ |40 |170/M16/63|40| 5 [23|10|24| 4 |0.3
KIEICT v 7(35@3)}&/\{@35 D?‘F—féudo
. a:\yj Inserts Eﬁlﬂ Stee\@ Xj——yuzm Stam\essS\ee\B%ﬁ% Cas(\rongggﬁlha‘ Exotic Alloy . 7_}(‘ Arbor
ZEE e J—F47 (1 P.9 J
Grade Coated Carbide
o [BEETRI —
BB [ BB orea o 18 |14 | B
*ﬂtﬂﬁumughmg [3 % & E
gl 4 S 2 =
ij;l:J % § é S| 8| g | Dimensions i@ﬁﬁjj\yg A*0025 50025
Cat. No. 2 2 g % g A Applicable Cutters
212|8 2
RDET 0SOSMOEN-G¢® ©® ©® ® @ ® 38 |3.18 O TSEEBERR
RSX(F)08000M Uiting Edge Cross Section
0803MOEN-H«D @ @ @ @ o 5 |318 " S
RDET 10T3MOEN-G ® ® ® ® ® 10 397 ]
10T3MOEN-H |® @ @ @ |®| 10 397 RSX(F)10000M j .
RDET 1204MOEN-G ® ® 0 e o 12 476 RSX(F)12000M G Type Hype
1204MOEN-H ® 0 0 0 0 12 476
. ﬂﬁ@ﬂ?l}“ﬁ Identification Details . ;Eﬁtﬂ'ﬁu%ﬁ: Recommended Cutting Conditions
- IR ve(m/min)| DB £(mm/Y) | v F
RSX F 10025 M1223 |« = ol = e W
Work Material Hardness  |Cutting Speed v(m/min)| ~Feed Rate (mm/)

[0) ® ® ® ® ® Min-Optimum-Max. | Min-Optimum-Max, | Grade
EEiEs SR SRR AvEE TRIEREIBE ] SR 180~280HB| 100-160-200 |0.20-0.40-0.60 | ACP200
Cutter Series Fine Pitch Type Insert Size Cutter Mounting Screw Size No. of Teeth Carbon Steel

=] 180~280HB| 100-140-180 |0.20-0.30-0.40| ACP200
. gl;% Parts AHOijIeeL/ﬂ\J?
y = — Cr Feigsysle’m‘ 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
G | 7Y | B | R e
Wrench Screw | Anti-seizure oream Aglol,| VT IANR [500-330HB]  80-120-180 |0.16-0.25-0.35 | ACM300
HEHEAOYSY B — =
A;;ib‘e Cutters . \\\\\\\\\ M Ij_ . A—2ATT AR | 200HB | 150-180-200 |0.15-0.25-0.35| ACM300
&) @ gﬁa 55'%5 BT 0% 230~270HB|  80-120-180 |0.15-0.25-0.35| ACM200
RSX(F)08000M TRDROSIP |BFTX025061P| 1.5 e HIRER | 330HB | 60-100-160 |0.15-0.25-0.35| ACM200
RSX(F)10000M BFTX03584IP| 3.0 SUMI-P SESk 250HB 80-120-160 | 0.10-0.30-0.40 | ACK300
RSX(F)12000M TRDR15IP BFTX0409IP | 3.0 Cas{llﬁ:%*ﬁ? I :
= esiibbebs M . |250~350HB| 20-30- 40 |0.10-0.20-0.30
N-my HESZHHE AT )LD (N-M) Recommended tightening torque(Nem) o - N\based\n‘atena\ Ssséem ACM100
e (S ., |7 Z~(99.59%)] (Rmaog) | 60-80-100 |0.10-0.20-0.30
B Fv RO TER FH | Puelianun ACM200
Notes about Mounting Inserts fitanium a[;lﬁﬁ%%{? (Rm1050)| 40-50- 60 |0.10-0.20-0.30
a+p alloy system . - .

O | REEER O  REEER (hrtm)

@ mark : Standard stock item, @ mark : Standard stock item(expanded)
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SEC-91—J3IF7AZ)

1
R SX§= SEC-Wave RadiusMill RSX Series

. I"]Imﬁ Machining use
FTRIDRE DAL INTL., EFRINLT. NUDJUVINTEE, SREMNLZFRERICITDOCENTEX T,

Various types of processing, such as mold engraving, slant milling and helical processing, highly efficiently.

ANYUBDIVINIEOFER

EFII TR OFER ANYAI - BRI T OH#ERME

Helical Boring Plunging Recommended Values for Helical and Plunging
B AUDJVAIT (mm) RN
S TRl FoINE [5NE  MIEeD  |HoiR

oD Use at @° or lower
- Insert Cat. No

Cutter External Work Dia. Meax. Ramping Angle:
Diameter | 2 12 SR B2 I
oD, | BB R BARE) o+ (may

20 | 27.6] 32 39 | 12°00°

RDETO8 - - - 25 | 37.0] 42 49 7°15’

32 | 50.8| 56 63 4°45’

BREELTORS 25 | 33.0| 40 | 49 | 10°30°
oD rhIRERANZFE D (& 32 | 46.0] 54 63 6°45’

g © E—nvsTE RDET10--- | 40 | 62.0| 70 | 79 | 4°30°
‘,!_!,F 7, BT 50 | 82.0] 90| 99 | 3°15’
= M 52 | 860| 04 | 108 | 310
% cutting with the same cutter 32 41 5 52 63 12030:

40 [ 575| 68| 79 | 8°00’

EREN OB 50 | 775 88 | 99 | 5°30°

Standard Diameter or Above
HRIRERAZ R D (& . 52 | 81.5| 92 | 103 5°15’
B—A v FEXDT RDET12 63 | 103.5| 114 | 125 4°00’

oD
!
'.-!'F ~ HiBETAE 66 |109.5| 120 | 131 | 3°45’
1165 / Center uncut portion can be 80 1375 148 1 59 2050,

removed by traverse cutting

, with the same cutter 100 |177.5| 188 199 2°10’
63 | 96.0| 110 | 125 6°00’
80 | 130.0] 144 | 159 4°10°

100 | 170.0| 184 | 199 3°00°

125 | 220.0| 234 | 249 2°20°
80 |122.0] 140 | 159 4°15’

... | 100 |162.0] 180 | 199 3°00’

RDET20 125 |212.0| 230 | 249 2°00’

160 | 282.0] 300 | 319 1°1%’

RDET16" - -

B Fv JBRDOTER

Notes about Mounting Inserts

RSX08000Z!D &R
u Notes about Mounting RSX08000 Inserts

1Y — 2O EODHEE A1V —hrI<VELDOY—Y

DSWER T, RIZEH HE@DOVFNHZE. RT1D
313%. Y—IUEBE®ICHDES,
Suppress the insert from the Match one of mark position C

direction of A and B and tighten to the insert face with mark

a screw. position D of the body.

11



. Emi{y“ Application Example

FE@Bkm / X12 SIS Comparison RSX it comp's
e RF1 Body RSXF12050Rs| $5072¥
Ta |FYT insen RDET 1204MOEN-G p12
Tool | 5442 Diameter (MM) ®»50 ®»50
FE No. of Teeth 5 5
F W THAHE Grade ACM300(PVD) | (CVD)
YIEIERE cutting Speed (M/min) 300 300
e | ~PBTEDDEOE Feed per oot (Mm/Y) 0.35 0.35
ﬁﬁz BTITRABRRE Ace eothof Cut(IM) 2.0 2.0
conditions. | B BEFIADRE rasa Dt (M) 50.0 50.0
Dry./Wet IZEE,_ IZEEV'V_
2| Jedmlciosm | 2RRL
@FEHSim / X22 IR Comparison RSX it comp’s
e RTA Boay RSX12050RS | $507¥%
Ta |FYT nser RDET 1204MOEN-G 12
Tool 1 A44R Diameter (MM) ®»50 ®»50
FTE No. of Teeth 5 5
Fw IHHH& Grade ACM300(PVD) | (CVD)
YIEIERE cutting Speed (M/min) 300 300
e |~ SEDDEDE Feed per Toon (MM/1) 0.3 0.3
Cu%ﬁl; BAMIHABERL Acl Depthof Cut(mm) 20 20
Conditions | 3 STETAG R ase st 0 (MM) 50.0 50.0
D1y Wer 770 | T770-
| e JE@lCEoSm | 2BAL

0 SEDE0 < FHRB LIc DRV <THBRH
SNBHTENBDERIDT, KEN/IN\—PREXNRE
DREEZFEAL. B - PRKICT D CER<ZE L.

SZ2CHBEVVEIELEHICO®

@ HWINF > TV BIHBIRVIC TR 2E L.

SRR DI AR D N ESE . TRRA.
RBEREE T OTHERHOBERTCER T

O KA DYIEIRZ SIS B

HEHNRBEZRE T DIFEDNFREHUTIAE,
KEC<NNBTERLEE L,

A

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

® Please handle with care as this product has sharp edges.

@ Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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