Hl General Features

SEC-Sumi Dual Mill DGC type employs double-sided inserts with up
to 16 corners for excellent economy. This is a general-purpose cutter
featuring high cutting edge strength for high efficiency milling and a low-
burr chipbreaker design that provides high quality machined surfaces.

ONMT Type

B Characteristics N -
@ Achieves level of cutting edge sharpness and machined surface quality equivalent to
single-sided insert cutter at a maximum cutting depth of @,=3mm or shallower.

@Recommended Cutting Conditions For General Steel Milling @Cutting Resistance Comparison

£ 60 3,000 Equivalent Level Of Cutting Resistance
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@ Dual-Purpose Body Characteristics
Two types of inserts can be used with a single body depending on milling application to help reduce tool costs.

Face
Milling

Use Two Types Of Insert For Different Applications
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Groove/
T-Slot
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High-Speed

ast Iron

4 |
SNMT/SNET Type
-Stronger than single-sided insert cutters
“Economical double-sided design gives double

the number of corners of standard inserts
(Max. Depth of Cut = 6.0mm)

| Seat Protects
Body

ONMT/ONET Type

*Double-sided design with 16
corners for improved economy
(Max. Depth of Cut = 3.0mm)

@ Choose A Tool To Suit Your Application From A Comprehensive Lineup

Cutter: ¢40mm to ¢250mm Cutter: ¢50mm to ¢250mm Cutter: ¢50mm to ¢250mm Cutter: ¢40mm to ¢63mm
Cutting Edges : 31010 Cutting Edges: 414 Cutting Edges: 5118 Cutting Edges: 3104
Mounting: Metric/Inch Mounting: Metric/Inch Mounting: Metric/Inch Mounting: Metric/Inch

GCF 13000R(S)

L\

3000EW

DGC 1

DGC 13000R(S) DGCM 13000R(S)

Standard Pitch Fine Pitch Extra-Fine Pitch Endmill Type
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H Application Range

Work Material| Grade | Finishing to Light Cutting Medium Cut Rough to Heavy Cutting Work Material| Grade | Finishing to Light Cutting Medium Cut Rough to Heavy Cutting
led AGP100 ACK200 y
. 1 ACPZ00 ° ACK300
— A [y ACP300
5 T4500A & £ DL1000
.| % acmz00 NS _
SakessSed | | O Aclm300 § EH520

The letters "C" and "P" at either end of each grade indicate coating type. VI CVvD Ai PVD  Blank: Non-coated

M Features of Coating

v Super ZX Coat (CVD : Chemical Vapor Deposition)

Our company's proprietary CVD process "Super FF Coat", with coating stress control technology and ultra-fine
coating particles, exhibits excellent wear resistance and high reliability.

PAchieves excellent chipping resistance thanks to the smoothness of the coating and our coating stress control technology.
PHigh speed, high efficiency machining of more than 1.5 times that of conventional grades is possible by hardening the coating layer.
PAchieves over 2 times longer tool life compared to conventional grades under the same cutting conditions.

Fracture Resistance

Characteristics of Coating Layer
Coating Hardness : 30% higher
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Competitor's Product  Competitor's Product ~ Competitor's Product

Work Material : S50C Drilled material Tool : 100
Cutting Conditions : v,=150m/min, a,=3.0mm, a,=75mm, Dry

A NEW Super ZX Coat/Super ZX Coat (PVD : Physical Vapor Deposition)

The New Super ZX Coat utilizes our proprietary thin-layer technology and advanced nanotechnology to create a coating
that consists of a thousand layers of alternating, nanometer-thick coatings (1 nanometer is 1 billionth of a meter).
PAchieves excellent chipping resistance thanks to the smoothness of the coating and our coating stress control technology.

PHigh speed, high efficiency machining of more than 1.5 times that of conventional grades is possible by hardening the coating layer.
PAchieves over 2 times longer tool life compared to conventional grades under the same cutting conditions.

Characteristics of Coating Layer

Wear Resistance
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Work Material : SCM435 Tool : 2100
Cutting Conditions : v.=200m/min, f,=0.15m/min, a,=2.0mm, a,=85mm, Dry
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B Chipbreaker Selection

Work Material ﬂ @ m a m E m
Breaker FL L FG
Appearance
Cutting Edge 25°
Insert Figure
1 e Double-Sided,
4 i o 23’ 2 Corners
Not Available 30" | Not Available Not Available Not Available
/8 *)
Characteristics| Light Cut and with Wiper Flat Light Cut Standard and with Wiper Flat Standard High Strength High Rake Wiper
Application | Low Cutting Force and Low Burr | Low Cutting Force | General Purpose and Low Bur | General Purpose Heavy Cut Non-Ferrous Metal | Emphasis on Surface Finish

* Can be used only in combination with square inserts.

H Chipbreaker Map

Light Cutting

with Low Burr Light Cutting FG

General Purpose
(Standard)

Face
Milling

Radius

Multi-
Purpose

Shoulder
Milling

RiCopying

Groove/
T-Slot

Chamfering

Aluminium/
Light Alloys

Hl%h;gpler::

Edge Sharpness — Good

Low-Burr Design

H

Heavy Cutting

Edge Strength

—

@ Improved Milling Quality

Low-Burr
Design

FG Type

J With Chamfer

High

Chamfered Corners Reduce Burrs

| Cutter Diameter And Cutting Edge Height

Square Type : SNMT/SNET

@FG Type

Octagonal : ONMT/ONET

- FG type chipbreakers feature chamfer to minimize burrs and provide excellent milling quality.

FG type inserts with low-burr design enable high-quality
milling with few burrs and little edge chipping.

Work Material : SCM435
Tool : 100

Cutting Conditions : v,=200m/min, f, =0.2mm/t
a,=3mm, g,=85mm

Area Prone
To Burrs

m Note that while square inserts (SNMT)
and octagonal inserts (ONMT) can be used
interchangeably on the same body, they
have different cutter diameters, cutting edge
heights, and maximum cutting depths.

Body Shape (Example: With Cutter Diameter of 100mm)

Firmly align insert with
guide faces, press down in
the direction of the arrow,

and tighten the screw to fix
the insert.
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oo Cutter | Cuting Edge Height | Max. Depth of Cut
@D¢ (mm) Lt (mm) ap (mm)
#102.9mm SNMT/SNET | 100.0 | 63.0 6.0
ONMT/ONET | 102.9 | 61.4 3.0




H Application Examples

Part/Work Material | Automotive Component / Cast Steel Part/Work Material Machine Component / S50C
Manufacturer Sumitomo Conventional Tool Manufacturer Sumitomo Conventional Tool
Body DGCM?3080R(80) ¢80 Body DGCM13160R(¢)160) @160
SNMT13T6ANER-G Single-Sided SNMT{3TEANER-FG Single-Sided
Tool Insert (8 Comners) (4 Comers) Tool insert (8 Comers) (8 Corers)
No. of Flutes 6 6 No. of Flutes 10 10
Grade ACP200 PVD Positive Type . Grade ACP200 PVD Positive Type
Cuting Speed(mimin) 160 160 ! ! ¢ Cuting Speed(mimin) 133 133
Feed (mm/t) 0.31 0.31 Feed (mm/t) 0.132 0.132
) Feed Rate (mmimin) 1,184 1,184 Cutting |~ Feed Rele (mmimi) 350 350
Cutting Conditions —
Conditions | Axia Cuting Depth{mm) 3 3 Aial Cuting Depth(mm) 2.5 2.5
Cuting Wicth(mm) 60 60 Cutting Time 28753 28793
No.of Workpieces 2 2 Dry/Wet Dry Dry
Dry/Wet Wet Wet Y . . . .
Ve ° e Achieving higher machining quality with less burr as

Can be used under the same conditions as the single-sided inserts.

Improved tool economy with double the number of corners. compared to the conventional tool.

Part/Work Material Machine Component / Cast Steel Part/Work Material |Automotive Component / Stainless Steel
Manufacturer Sumitomo Conventional Tool Manufacturer Sumitomo | Conventional Tool
Body DGCM13125( ¢ 125) @125 Body DGC13100R(¢100) ®»100
ONMTO5TGANER-G Double-Sided SNET13T6ANER-G Single-Sided
Tool Insert (16 Comners) (8 Comers) Tool Insert (8 Comers) {4 Comers)
No. of Flutes 8 8 No. of Flutes 5 5
Grade ACP200 PVD Positive Type Grade ACM300 PVD Positive Type
Cuting Speed(m/min) 160 160 Q Cutting Speed(m/min) 150 150
. Feed (mm/t) 0.29 0.29 Feed (mm/t) 0.15 0.15
Cutting . Cutting
Conditions | Feed Rate (mm/min) 945 945 Conditions | Feed Rate (mm/mir) 360 360
Cutting Wicth(mm) 25 2.5 ia Cuting Depthirm) 2.0 2.0
Dry/Wet Dry Dry Dry/Wet Wet Wet

In addition to double the number of corners, each corner

Improved tool economy with double the number of corners. can achieve 3 times longer tool life than the conventional.

l Recommended Cutting Conditions (ONMT / ONET)

M Recommended Cutting Conditions (SNMT / SNET) Face
Milling
i i Depth i f Depth
iso|  Work Cuttﬂng Speedlvc(m/mln) Fee.zd Rate fz (mm/t) ofCut| Grade 50| Work e Cutl!ng Speedlvc(m/mln) Fegd Rate fz(mm/t) ofCut | Grade Radius
Material Min.-Optimum-Max. | Min.-Optimum=- Max. | (mm) Material Min.-Optimum-Max. | Min.-Optimum-Max. | (mm)
Multi-
General Steel| G 150-200-250 0.10-0.25-0.40 | <4 ACP200 General Steel| G 150-200-250 0.10-0.30-0.50 | <2 ACP200 Purpose
ACP300 ACPS00 | o ouider
e, ) ] ACP200 e i ) ACP200 | milling
Soft Steel | G 180-250-350 0.10-0.30-0.45 | <4 ACP300 Soft Steel | G 180-250-350 0.10-0.50-0.50 | <2 ACP300 e
. ACP200 . ACP200 !
Die Steel | G 100-150-200 0.15-0.25-0.35 | <4 ACP300 Die Steel | G 100-150-200 0.15-0.25-0.30 | <2 ACP300 | 'Groovel
Stainless Steel | G 160-200-250 0.15-0.23-0.30 | <3 | ACM300 Stanless Steel | G 160-200-250 0.15-0.23-0.30 | <2 | ACM300 T:Slot
ACK200 ACK200 | Chamfering
Castlron | G 100-200-250 0.10-0.25-0.40 | <5 ACK300 Castlron | G 100-200-250 0.10-0.30-0.50 | <2 ACK300 f—
NonFemousNetal | G 650-700-750 0.10-0.15-0.20 | <3 | DL1000 W The cutting conditions above are a guide. Actual conditions will need to be adjusted Light Alloys
[ The cutting conditions above are a guide. Actual conditions will need to be adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors. High-Speed
according to machine rigidity, work clamp rigidity, cutting depth, and other factors. Cast Iron
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SELEN Radial
Angle JSED
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3 4,

(SNMT,/SNET) ~ (ONMT /ONET)
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. oD
Bl Body (Standard Pitch) :
Dimensions (mm) No. of | Weight )
Cat. No. Stock 5D, [ oD, [ oD, L od | a | b | £ | od |Teeth| (ky) | '
DGC 13040RS [ J 40 (42.9) 54 36 40 (38.44) |16 8.4 56 | 18 13.5 3 0.3 1
13050RS [ J 50 (52.9) 64 40 40 (38.44) |22 10.4 6.3 | 20 18 & 0.4 1
13063RS [ J 63 (65.9) 77 50 40 (38.44) |22 10.4 6.3 | 20 18 4 0.5 1
o 13080RS [ J *80 (82.9) 94 60 50 (48.44) |27 124 7 25 20 4 1.2 1
'% 13100RS [ ) 100 (102.9) 114 70 50 (48.44) |32 14.4 85 | 32 46 5 1.6 3
= 13125RS [ J 125 (127.9) 139 80 63 (61.44) |40 16.4 9.5 | 29 52 6 2.8 1
13160RS [ ) 160 (162.9) 174 130 63 (61.44) |40 16.4 9.5 | 29 88 7 4.5 5
13200RS [ ] 200 (202.9) 214 150 63 (61.44) |60 25.7 14 35 130 8 71 6
13250RS [ J 250 (252.9) 264 190 63 (61.44) |60 25.7 14 35 160 10 11.2 6
DGC 13080R o *80 (82.9) 94 60 50 (48.44) |25.4 9.5 6 25 20 4 1.2 1
13100R @ |*100 (102.9) 114 70 63 (61.44) |31.75 | 12.7 8 32.5 28 5 2.2 2
= 13125R [ J 125 (127.9) 139 80 63 (61.44) |38.1 15.9 10 35.5 59) 6 2.8 1
2 13160R ® | 160(162.9) | 174 | 100 63 (61.44) |50.8 191 | 11 38 72 7 45 4
13200R [ J 200 (202.9) 214 150 63 (61.44) |47.625| 25.4 14 35 130 8 71 6
13250R [ J 250 (252.9) 264 190 63 (61.44) |47.625| 25.4 14 35 150 10 11.2 6
Figures in parentheses indicate values for ONMT/ONET type inserts.
a“‘{iii\\ Inserts are not included. Sizes 6160 mm or above do not have coolant holes. Figures in parentheses indicate values for ONMT type inserts.
*Please use JIS B1176 hexagonal bolt (¢80: M12x30 to 35mm, 6100: M16x40 to 45mm) for securing @80/6100 cutter to the arbor. \
M Inserts [ Steel (M) Stainless Steel [[d Cast Iron [J) Non-Ferrous Metal [ Exotic Alloy [) Hardened Steel
Grade Coated Carbide Carbide | DLC | Cermet
High SpeedLight | ([ (K] K [N]
Application General Purpose (K] “sJIN] Q
Roughing K]
Face % % % é é @@
Milling Cat. No. 222|212\ |8 S| 8 S Fig
Radius BE@EE® 22 =523 |E
~ |[SNMT 13T6ANER-L [ BN BN BN BN ) 1
Putpns 13T6ANER-G e 0o 000 ° ° 1
e 13T6ANER-H oo o0 oo 1
tling 13T6ANER-FL ¢ 06000 2 i 'S HY (Be careful during
RICOpying 13T6ANER'FG [ 2K 3K 3K 3K J 2 " ‘installation.}
Groovel SNET 13T6ANER-L ( BN ) 1 | Figs
it 13T6ANER-G o0 1 DA
) 13T6ANER-FL ( BN 2| o[ A°
Chanterg 13T6ANER-FG 10 2 | 217D~
Iﬁluh'mlllolmsl 13T6ANFR-S o o 1 \N@
sy |\NEU_13T6ANEN-W ° ° ° 3 18.3 56, 69
i |ONMT O5T6ANER-L oo 000 4
05T6ANER-G OO0 4 Moo e o b sest o oo i s e
ONET 05T6ANER'L . . 4 Iper inserts can be used only in combination with square Iinserts.
05T6ANER-G [ 2K ) 4

*The new ACP100 and new ACK200 may vary in color or luster, but these variations do not affect the performance.

Insert

Insert Screw

Seat Screw

I Identiication Details

DGC 13040R S

(1)

Cutter Series

)

Insert Size

(©)

Cutter

@4 (5

Direction  Metric Bore

(Optional)
insert | [l Recommended Cutiing
Screw(") Conditions
M Parts
Seat Seat L T Wl Insert ST Anti-seizure
Screw yp Screw P Cream X
DGCS13R BWO6509F LHO040 BFTX0412IP | &= 3.0] TRDR15IP SUMI-P BFTX0418IP

@ Recommended Tightening Torque (N-m)
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*Corners can be changed simply by loosening the screw. (Only applies to DGC / DGCM types with body size ¢80 or above.

@®mark: Standard stocked item (expanded item)



Radial

Rake
Angle
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Fig 5 Fig 6
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PCD 66.7 PCD:(HT’
e E
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O O O
od1 odq
oD oD
oD+ oD+
. oD
Bl Body (Standard Pitch) :
Dimensions (mm) No. of | Weight )
cat. No. Stk 5D, [eD: oDy | L od [ a | b | £ |od Teeth (kg) | °
DGCM 13050RS | © 50 (52.9) 64 40 | 40(38.44) |22 104 | 6.3 | 20 18 4 0.3 1
13063RS | © 63 (65.9) 77 50 | 40(38.44) |22 104 | 6.3 | 20 18 5 0.5 1
13080RS | © *80 (82.9) 94 60 | 50 (48.44) |27 12.4 7 25 20 6 1.1 1
2 13100RS [ J 100 (102.9) 114 70 50 (48.44) |32 14.4 85 | 32 46 7 1.5 3
g 13125RS [ J 125 (127.9) 139 80 63 (61.44) |40 16.4 9.5 | 29 52 8 2.8 1
13160RS ([ J 160 (162.9) 174 130 63 (61.44) |40 16.4 9.5 | 29 88 10 4.6 )
13200RS [ ] 200 (202.9) 214 150 63 (61.44) |60 257 | 14 35 130 12 7 6
13250RS [ J 250 (252.9) 264 190 63 (61.44) |60 25.7 | 14 85 160 14 11.1 6
DGCM 13080R ® | *80(82.9) 94 60 | 50 (48.44) |25.4 95 | 6 25 20 6 1.1 1
13100R @ | 100 (102.9) 114 70 63 (61.44) |31.75 | 12.7 8 825! 28 7 2.2 2
= 13125R [ J 125 (127.9) 139 80 63 (61.44) |38.1 159 | 10 35.5 55 8 2.8 1
(_C) 13160R ( J 160 (162.9) 174 100 63 (61.44) |50.8 191 11 38 72 10 4.6 4
13200R [ J 200 (202.9) 214 150 63 (61.44) |47.625| 25.4 | 14 35 130 12 7 6
13250R (J 250 (252.9) 264 190 63 (61.44) |47.625| 254 | 14 35 150 14 11.1 6
:’i"\%\\ Inserts are not included. Sizes 160 mm or above do not have coolant holes. Figures in parentheses indicate values for ONMT type inserts.
*Please use JIS B1176 hexagonal bolt (80: M12x30 to 35mm, 9100: M16x40 to 45mm) for securing 280/100 cutter to the arbor.
M Inserts [ Steel (M) Stainless Steel [ Cast Iron  [§) Non-Ferrous Metal [ Exotic Alloy [§) Hardened Steel
Grade Coated Carbide Carbide | DLC | Cermet
High SpeedLight | @ @ &8 |8 D
Application | General Purpose K] Vg JIN] [P Fig 2
Roughing K]
HEEEE = |
Cat. No. 2222288 S S = Fig
2|12\ = \&|8 = Face
SNMT 13T6ANER-L ®(® @ e ® 1 5o 55 Hling
13T6ANER-G ( AN BN AN BN (] () 1 Radius
13T6ANER-FL [ AN BN AN AN ) 2 : — i Purpose
13T6ANER-FG (@ (@ |® © @ 2 Shouder
SNET 13T6ANER-L [ BN ) 1 | Fig3 Fig 4 -
13T6ANER-G [ AN ) 1 77T )\5‘ RiCopying
13T6ANER-FL ( BN J 2 o [ /) Groove/
13T6ANER-FG ( AN ] 2| Wy =510
13T6ANFR-S ) ) 1 N r1 = — — Chanfering
XNEU 13T6ANEN-W O 0 DE - - : o
ONMT 05T6ANER-L e o 0 o0 o 4 LightAloys
05T6ANER'G [ K JK 2K 3K ) 4 Wiper inserts can be used only in combination with square inserts. g?g'ﬁgﬁed
ONET 05T6ANER-L ( 3N J 4
05T6ANER-G [ 2K ) 4

*The new ACP100 and new ACK200 may vary in color or luster, but these variations do not affect the performance.

Insert

Insert Screw

Seat Screw [l Identfication Defails

M13050R S

DGC

(2)

Cutter Series  M: Fine Pitched

F : Extra-Fine Pitched

(3)

Insert Size

(4)
Cutter

(6) (6)
Direction  Metric Bore

(Optional)
Slnsert* I Recommended Cutting
crew(’) Conditions
M Parts
Seat Insert Anti-seizure
Seat Selow L Type Wrench Screw Spanner e \
DGCS13R BWO06509F LHO40 BFTX0412IP ‘ @ 3.0/ TRDR15IP SUMI-P BFTX0418IP

(N-m) Recommended Tightening Torque (N-m)

*Corners can be changed simply by loosening the screw. (Only applies to DGC / DGCM types with body size ¢80 or above.

@®mark: Standard stocked item (expanded item)
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Face
Milling

Radius

Multi-
Purpose
Shoulder

Milling
RiCopying
Groove/

T-Slot
Chamfering
Aluminium/
Light Alloys

High-Speed
ast Iron

Radial

Rake
Angle

Axial

6 { ]

3 4,

(SNMT,/SNET) ~ (ONMT /ONET)

Fig 6
oDy
oD a;a?jb chd1 01.6
od ] ] o5 s
QEJ } } _t
| ﬁ = I S K}
] ~J TN
od| ;iaz - od :
b o6
oD, oD+
ﬁD1
B Body (Extra-Fine Pitch)
Dimensions (mm) No. of | Weight .
Cat. No. Stock 5D, [ oD, [ oDy L od | a | b | 0 | ods Teeth| (ky) | °
DGCF 13050RS [ J 50 (52.9) 64 40 40 (38.44) |22 10.4 6.3 | 20 18 5 0.3 1
13063RS [ J 63 (65.9) 77 50 40 (38.44) |22 10.4 6.3 | 20 18 6 0.5 1
13080RS [ ) *80 (82.9) 94 60 50 (48.44) |27 12.4 7 25 20 8 1.1 1
2 13100RS [ J 100 (102.9) 114 70 50 (48.44) |32 14.4 85 | 32 46 10 1.4 3
g 13125RS [ ) 125 (127.9) 139 80 63 (61.44) |40 16.4 9.5 | 29 52 12 2.7 1
13160RS o 160 (162.9) 174 130 63 (61.44) |40 16.4 9.5 | 29 88 14 4.4 5
13200RS [ 200 (202.9) | 214 | 150 63 (61.44) |60 257 | 14 35 130 | 16 | 6.9 6
13250RS [ J 250 (252.9) 264 190 63 (61.44) |60 25.7 14 35 160 18 |11 6
DGCF 13080R [ J *80 (82.9) 94 60 50 (48.44) |25.4 9.5 6 25 20 8 1.1 1
13100R @ | *100(102.9) 114 70 63 (61.44) |31.75 | 12.7 8 32.5 28 10 2.1 2
= 13125R [ ) 125 (127.9) 139 80 63 (61.44) |38.1 15.9 10 35.5 55 12 2.7 1
ié 13160R [ ) 160 (162.9) 174 100 63 (61.44) |50.8 19.1 11 38 72 14 4.4 4
13200R [ ) 200 (202.9) 214 150 63 (61.44) |47.625| 25.4 14 35 130 16 6.9 6
13250R [ J 250 (252.9) 264 190 63 (61.44) |47.625| 25.4 14 35 150 18 |11 6
.$:<\§g\\ Inserts are not included. Sizes @160 mm or above do not have coolant holes. Figures in parentheses indicate values for ONMT/ONET type inserts.
"‘\\ *Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, g100: M16x40 to 45mm) for securing 880/0100 cutter to the arbor. ‘
M Inserts [ Steel (M) Stainless Steel [ Cast Iron [[] Non-Ferrous Metal [ Exotic Alloy [§] Hardened Steel
Grade Coated Carbide Eirbide DLC | Cermet
High Speed/Light | [ (K] VE [N]
Application General Purpose 2 K] “sJIN] [P
Roughing 2] K] | 4
HHEHEE G
Cat. No. LR § § S S § Fig
FEFEEFE 22 =&2 |=
SNMT 13T6ANER-L | @@ @ @ |e® 1 = —
13T6ANER-G [ BN BN BN BN J () () 1 -
13T6ANER-H (N BN BN AN 1
JSTGANERFG (@ e o o ; = Bl
SNET 13T6ANER-L [ AN ) 1 | Figs Fig 4
13T6ANER-G [ 2N J 1 771 2.
13T6ANER-FL { AN ) 2| o [ /)°
13T6ANER-FG { AN 2 | Wy
13T6ANFR-S o |o 1 S
XNEU 13T6ANEN-W o O 0 3 183 o8, 24
ONMT 05T6ANER-L ([ K BN AN BN J 4
05T6ANER-G L AL 2K 2K 2K ] 4 Wiper inserts can be used only in combination with square inserts.
ONET 05T6ANER-L [ 2K ) 4
05T6ANER-G [ K 4

*The new ACP100 and new ACK200 may vary in color or luster, but these variations do not affect the performance.

Insert

Insert Screw

Seat Screw

F13050R S

I Identification Details D
C(§C

Cutter Series

6 (6

Direction  Metric Bore

(2) (3)
M:Fine Pitched  Insert Size
F : Extra-Fine

Pitched

(4)

Cutter

(Optional)
gusert, | I Recommended Cutting
SC) Conditions
M Parts
Seat Insert Anti-seizure
Seat Seomw L Type Wrench Qe Spanner e {
DGCS13R BWO06509F LH040 BFTX0412IP | &= 3.0] TRDR15IP SUMI-P BFTX0418IP

(N-m) Recommended Tightening Torque (N'm) *Corners can be changed simply by loosening the screw. (Only applies to DGC / DGCM types with body size ¢80 or above.
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FEIGN Radial | —10° / /
Axial = 6mm 450 3mm 450

(SNMT/SNET) ~ (ONMT /ONET)

4q =) g
SIS p | - [S)
(o
L JA
L
l Body (Shank Type)
. S Dimensions (mm) No. of | Weight
oD, oD, | @D Ls A L | Teeth | (kg)
DGC 13040EW o 40(42.9) 54 32 40(38.44) 85 125 3 0.7
13050EW o 50(52.9) 64 32 40(38.44) 85 125 3 0.9
13063EW [ J 63(65.9) 77 32 40(38.44) 85 125 4 1.1
Figures in parentheses indicate values for ONMT/ONET type inserts.
Inserts are not included.
. Inserts [ Steel @ Stainless Steel [ Cast Iron  [§J Non-Ferrous Metal [ Exotic Alloy [3) Hardened Steel
Grade Coated Carbide Carbide | DLC | Cermet
High SpeediLight | [ B @ 8 D
Application | General Purpose 2K VE S0 [P] Fig 2
Roughing ©n @& oy
g/ g/g|g|g|@® e |
o O O | X | x| o o .
Cat. No. 221222 &8 |gg |g |9 I -
FEE3EE 22 =43 |# :
SNMT 13T6ANER-L D0 1 6.9 v
13T6ANER-G [ AN BN AN BN ( ( 1
13T6ANER-H e o 0o o o 1
13T6GANER-FL |®@ ® ® @ © 2 -
13TGANER-FG (@ @ @ 0| ® o | CLEITED (i
SNET 13T6ANER-L ( 2N J 1 | Fig3 Fig 4
13T6ANER-G [ BN ) 1 77T s [
13T6ANER-FL ( 3N J 2| o [A)°
13T6ANER-FG ( BN J 2 | Wy
13T6ANFR-S o |o 1 ~E= — —
XNEU 13T6ANEN-W [ [ ] (J 3 : : :
ONMT 05T6ANER-L ( 2N BN AN AN 4
05T6ANER-G ® e 0 0 0 4 Wiper inserts can be used only in combination with square inserts. ,;ﬁﬁﬁ,g
ONET 05T6ANER-L 2K ) 4 :
05T6ANER-G e e 4 Radlus
*The new ACP100 and new ACK200 may vary in color or luster, but these variations do not affect the performance. nP‘l:lrl;t)lose
Shoulder
Milling
RICopying
Insert M Identification Details Groovel
i Seat Screw TSlot
, DGC 13 040 EW s
(1) (2 (3) (4) Aluminium/
} Cutter Series Insert Size Cutter Endmill Type Light Alloys
Hi
i
H Parts (Optional)
Seat Insert Anti-seizure Insert I Recommended Cuttin
Seat Screw = e e Screw Spanner Cream Screw(*) Conditions g
P " H31 J
\ (& &
S S &
S22 &l
DGCS13R BWO0609F LHO040 BFTX0412IP | 3.0 | TRDR15IP SUMI-P BFTX0418IP
(N-m) Recommended Tightening Torque (N'm) *Corners can be changed simply by loosening the screw. (Only applies to DGC / DGCM types with body size ¢80 or above.

@®mark: Standard stocked item (expanded item) H 3 5





