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a cut above




Albout
Asphalt

We, ASPHALT SYNDICATE LLP. Specialise In Tools Application
Engineering. We Are Mainly Focused In Solid Carbide
Endmill & Ballmose, Carbide Drills, Carbide Inserts & Circular
Saw Blade. We Are One OF The Pioneers In Tool Engineering
And With The Practical Experience In Metal Cutting Tools & Its
Various Applications, We Are In A Position To Render Our
Technical Services & Bring Down Your Tool Cost Per
Componernt.

Choose Asphalt Syndicate LLP. For Carbide Tools That
Combine Innovative Engineering Unmatched Quality, And
Affordability. Join The Ranks OF Satisfied Custormers Who Have
Elevated Their Machining Capabilities With Our Top-notch
Products. Experience The Asphalt Syndicate LLP. Advantoge
And Witness The Difference In Your Manufacturing Operations.

ASPHALT SYNDICATE LLP. s Bound To Share Their Expertise And
Support With Custormers To Built A Greater INDIA.




INDUSTRIES WE SERVE

A ASPHALT

Aerospace

Automotive

Oil & Gas

Heavy Machinery

Marine

Metal Fabrication

Surgical

Railway

Construction
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Annexture -1

High End Series

As Per Material

Premium
Endmill Series
55HRC

Premium
Endmill Series
65 HRC

Endmill Series
50 HRC

Endmill Series
55HRC

Megatron - 4 Flute Endmill - For Stainless Steel

Cyclotron - 4 Fiute Endmill - For General Steel Up to 50 HRC
Multitron - 2 Flute Ballnose - For General Steel Up to 50 HRC

Hardtron - 2 Flute Balinose - For Hardened Steel Up to 65 HRC

Unicorn - 4 Flute Endmill - Universal
Utron - 2 Flute Endmill - For Aluminiurm Alloy Up to 55 HRC
Utron - 3 Flute Endmill - For Aluminiurm Alloy Up to 55 HRC

Astron - 3 Flute Endmill - For Alurminium Alloy - DLC Coted

Flat Endmill - 4 Flute

Ballnose Endmiill - 2 Flute

Corner Radius (CR) Endmill - 4 Flute

Endmill - 4 Flute / Ballnose - 2 Flute (6mm Shank)
Longneck Endmill - 4 Flute / Ballnose - 2 Flute
Micro Endmill / Ballnose - 2 Flute

Flat Endmill - 4 Flute

Ballnose Endmill - 2 Flute

Longneck Endmill - 4 Flute / Ballnose - 2 Flute

Flat Endmill - 4 Flute

Ballnose Endmill - 2 Flute

Ballnose Endmiill - 4 Flute

Corner Radius (CR) Endmill - 4 Flute

Endmill - 4 Flute / Ballnose - 2 Flute (6mm Shanh)
Flat Endmill - 2 Flute

Flat Endmill - 4 Flute

Ballnose Endmiill - 2 Flute

Ballnose Endmiill - 4 Flute

200mm Long Endmill - 4 Flute/ Ballnose - 2 Flute
Corner Radius (CR) Endmill - 4 Flute

Endmill - 4 Flute / Ballnose - 2 Flute (6émm Shank)

Roughing Endmill - 4 Flute

A ASPHALT

18
19
20
21
22
23
26
27
28

30
31
32
33
34

37
38
39
40
4]

42
43

INDEX

Annexture - i

Endmill Uncoated Flat Endmill - 2 Flute
Series Flat Endmill - 3 Flute
S50 HRC Ballnose Endmill - 2 Flute
Drill 55 HRC Drill 3D/5D

Insert Identification System
Insert

. . Insert Grade

Specification

Insert Geometry

LNMU / LOGU - High Feed Mill
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Milling Insert
WNMU - Square Shoulder Mill
SPMT - 90° Shoulder Mill
RDKW - Copy Mill
ONMU - Face Mill
SNMX - Face Mill

TPKN - Face Mill
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Megatron

Flot Carbide Endrmill
4 Flute

& [BN] || stainess
Unequal 4535-HA Steel

Facing Ramping Side Milling

03

A ASPHALT

Dia (D) Flute Total Shank
Length () | Length (L)  Dia (d)
% 3 9 50 4
4 12 50 4
5 15 50 ]
}.E. 6 18 50 6
8 24 60 8
10 30 75 10
= 12 36 75 12
' /( 16 45 100 16
@ 20 50 100 20
4 Dia(D) Tolerance
Up to (mm)
| 6 +0/-0.02
12 +0/-0.025
I 20 +0/-0.03
« Shank Dia (d) Tolerance hé

| 21222 & A®B

Applicable Working Material

© Excellent © Good

Carbon Alloy Hardened Steel High Hardened Steel Copper Stainless
Steel Steel Cast Iron & Stoel Titanium Inconel
~HB225  HB225~325 HRc~50 | HRc~55 HRc~60 Aluminium e
[ @ | ® [ ® | I [ @ ] [ @ g [ g ]
1-2
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Cyclotron

Flot Carbide Endrmill
4 Flute

G

Z\ (& (o=
AITICrSiN ﬁ;;‘;i [ General
45° Unequal &535-HA Steel

Slotting Pocketing Facing Ramping Side Milling

:
2
& 3
I
5
}.E. 6
8

Flute

A ASPHALT

Total Shank

Length () Length (L) Dia (d)

12
15
18
24
30
36
45
45

21=22 & A=B

Applicable Working Material

Carhon Alloy Hardened Steel High Hardened Steel
Steel Steel
~HB225 HB225~325 HRc~50 HRec~55 HRe~60
& & ®

Cast Iron

]

50 4

50 A

50 4

50 4

S0 6

50 b6

60 8

75 10

75 12

100 16

100 20

Dia(D) Tolerance
Up to (mm)

6 +0/-0.02
12 +0/-0.025
20 +0/-0.03

« Shank Dia (d) Tolerance hé

A
® Excellent O Good
CopHer Stainless B
Titanium Inconel
= . Steel
Aluminium
O O O
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HEERN " A ASPHALT
EEEN Ballnose Carbide Endrmill
E m EHB
E m BB
-] .
= B B B i = 5B [BN] || ceneral
30° 2 Flute 6535-HA Steel
= | H B Profilling | Side Milling
Dia (D) Flute Total Shank
E E B Length (1) Length (L)  Dia (d)
- - - RO.5 2 50 4
RO.6 2.4 50 4
[} RO.7 2.8 50 4
% RO.75 S5 50 4
R1 4L 50 4
- R1.25 5 50 4
R1.5 6 50 4
R1.75 7 50 4
B R2 8 50 4
7 R1 4L 50 6
! R1.25 3 50 6
‘ R1.5 6 50 6
i R1.75 7 50 6
| _ R2 8 50 6
‘ R2.5 10 50 6
i R3 12 50 6
‘ R3.5 14 60 8
I R4 16 60 8
‘ R5 20 75 10
! Ré 24 75 12
‘ R8 32 100 16
| R10 40 100 20
=
Dia(D) Tolerance
Up to (mm)
6 +0.005
12 +0.01
20 +0.015
= Shank Dia (d) Tolerance hé
Applicable Working Material ® Excellent © Good
Carbon Alloy Hardened Steel High Hardened Steel Copper T,
Steel Steel Cast Iron ;':n elss Titanium Inconel
~HB225  HB225~325 HRc~50 HRc~55 HRc~60 Aluminium £L
B & ] O O O O
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HEEBNR A ASPHALT
. 3 EEEN Ballnose Carboide Endmil
- D " HEH B |
A = nHNE
: E B BN
' = B H B AITICrSIN g % Hardenad
30° 2Flute | | 6535-HA Steel
[ | E EH B Profilling | Side Milling
: Dia (D) Flute Total Shank
- E B g% & Length (I) Length (L) Dia (d)
4 1. 4
= - - RO.5 5 50
RO.6 2 50 4
] RO.7 2 50 4
% R0O.75 2.5 50 4
R1 3 50 4
- R1.25 4 50 4
R1.5 5 50 4
R1.75 5.5 50 4
- R2 6 50 4
— RO.5 1.5 50 6
I RO.6 2 50 6
‘ RO.7 2 50 6
' RO.75 2.5 50 6
‘ R1 3 50 6
| |
‘ R1.25 4 50 6
: R1.5 5 50 6
‘ R2 6 50 6
| R2.5 3 50 6
‘ R3 9 50 6
I R3.5 1 60 8
‘ R4 12 60 8
| R5 15 75 10
- R6 18 75 12
Dia(D) Tolerance
Up to (mm)
6 +0.005
12 +0.01
» Shank Dia (d) Tolerance ha
Applicable Working Material @ Excellent O Good
Carhon Alloy Hardened Steel High Hardened Steel Copper Stainless
Steel Steel Cast Iron Stoel Titanium Inconel
~HB225  HB225~325  HRc~50 HRe~55 HRe~65 Aluminium ee

@ ®
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HEEERN " A ASPHALT
EEEBE Flot Carloide Endrmill
" EEHB |
B N N
E B BN
| . . . [ $ [ (DIN] [Universal
4 Flute 48535-HA
[ ] B || . Facing Ramping | Side Milling
[ | | |
Dia (D) Flute Total Shank
B Length (1) Length (L) Dia (d)
2 5 50 4
3 7 50 4
4 10 50 4
5 12 50 6
& 15 50 6
] 21 75 6
8 20 60 8
8 28 75 8
8 40 100 8
10 25 75 10
10 35 100 10
12 30 75 12
12 02 100 12
16 40 100 16
16 56 150 16
20 50 100 20
20 70 150 20
-
Dia(D) Tolerance
Up to (mm)
é +0/-0.02
12 +0/-0.025
20 +0/-0.03
* Shank Dia (d) Tolerance hé
Applicable Working Material ® Excellent O Good
Carbon Alloy Hardened Steel High Hardened Steel Copper .
Steel Steel ardens e Cast Iron St;l:nlelss Titanium Inconel
~HB225  HB225~325  HRc~50 HRe~55 HRe~60 Aluminium ee
B @ 1 C ® & L
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Utron

Flat Carbide
Uncoated U-Groove Endrmiill

2 Flute - 55 HRC

U-Grbove

] ’”~
> Non-
3 2 Flute 6535-HA Ferrous
~ ~ \

Slotting

|5~
a

Dia(D) Tolerance
Up to (mm)

6 +0/-0.02
12 +0/-0.025
20 +0/-0.03

» Shank Dia (d) Tolerance hé

Applicable Working Material

Non-
Ferrous

i ® Excellent © Good

Dia (D)

cc oo BN

= S
& N o

& &6 &S asR

[ ]

=]

15
20
25

3 & &3

60
60
60

12

20
25
30
35
40
50
50
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

L - S 7 R S-S S RS S S

— el et ol )
F B o oo

Y
(-]
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Utron

Flat Carbide
Uncoated U-Groove Endrmiill

3 Flute - 55 HRC

&

| U-Groove b

35° 3 Flute 6535-HA Ferrous

Slotting Pocketing ! Facing Ramping Side Milling

~,

¥

[ it ’ & B | &

Dia(D) Tolerance
Up to (mm)

6 +0/-0.02
12 +0/-0.025
20 +0/-0.03

» Shanlk Dia (d) Tolerance hé

Applicable Working Material

Non-
Ferrous

a8 ® Excellent © Good

Dia (D)

cc oo BN

= S
& N o

& &6 &S asR

[ ]

=]

15
20
25

3 & &3

60
60
60

12

20
25
30
35
40
50
50
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

L - S 7 R S-S S RS S S

— el et ol )
F B o oo

Y
(-]

CJOOUILS

[T - S L B S R R R 8

—t el )
N o

ouo
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Astron

Flat Carbide
DLC Coated U-Groove Endmill

3 Flute - 55 HRC

z || ® [Em N
35° 3 Flute 6535-HA Ferrous

| U-Groove b

Pocketing ! Facing Ramping Side Milling

|® ' & B &

Slotting

~,

o .

\

Dia(D) Tolerance
Up to (mm)

6 +0/-0.02
12 +0/-0.025
20 +0/-0.03

» Shanlk Dia (d) Tolerance hé

Applicable Working Material

Non-
Ferrous

a8 ® Excellent © Good

Dia (D)

cc oo BN

= S
& N o

& &6 &S asR

[ ]

=]

15
20
25

3 & &3

60
60
60

12

20
25
30
35
40
50
50
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

L - S 7 R S-S S RS S S

— el et ol )
F B o oo

Y
(-]

CJOOUILS

[T - S L B S R R R 8

—t el )
N o
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Asphalt Prermiurm Elegance Is beauty
that mever Fades




Flat Carlbide Endmill A ASPHALT

TiSiN Coated

4 Flute - 55 HRC

!(l—) 0.6 nm Particle Dia (D) Flute Total S
8 DIN 6535 Form HA Length ()  Length (L)  Dia(d)
= s | Steel30-55 HRC 1 2.5 50 4
L P20 1.5 4 50 4
83 5 Hot Die Steel (H13, H11, H21) 2 5 50 4
E g Stainless Steel <565 HRC 2.5 6.5 50 4
=3 o D2 3 7.5 50 3
E E Alurminiurm = = = =
(ll_) 9 3.5 9 50 4
G o 4 10 50 4
x
5 13 50 5
6 15 50 6
7 20 60 8
8 20 60 8
9 25 75 10
10 25 75 10
11 30 75 12 C._Q
12 30 75 12 @)
14 45 100 14 =
16 45 100 16 @)
18 45 100 18 91
20 45 100 20 O
1 3 75 A
1.5 5 75 4
2 6 75 4
3 9 75 4
=] \ 4 1% 75 4
5 20 75 5
6 21 75 6
8 20 75 8
10 45 100 10
- 12 45 100 12
14 60 150 14
16 60 150 16 6
18 60 150 18
— L 20 60 150 20 [8
|
—
, 3 12 100 3
4 18 100 4
! 5 25 100 5 m
6 27 100 6 ,>_<,_
6 40 150 6 a
' 8 35 100 8
8 50 150 8 6
! 10 55 150 10 3
| 12 60 150 12 e

e
~
]
—
(-3




Ballnose Carbide Endmill
2 Flute - 55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steel <55 HRC

D2

Aluminivm

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré
R7
R8
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
RS
Ré
R7
R8
R9
R10

R1.5
R2
R2.5
R3
R3
R4
R4
RS
Ré

Flute
Length (1)

K N oo BN

(R T T I T R e e
o N 0 N O o BN o

40

10
12
12
16
16
20
24

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

(0.« T« B o O 4 o I I B N Y o B )

”—l—l—l—l—l—l—l
S o> F PP OO

olos|tn| BB

g [l i [ i
w0 o N o

20

IDPLIIS

OLIOT

OLIOT 0J1X3

Corner Radius (CR)

Carbide Endrmill

4 Flute - 55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, HI1, H21)
Stainless Steel <55 HRC

D2

Aluminium

Dia (D)

W o 00 O n in BB W

O ) S R R
N NN O O o

0w 00 00 00 01 0 B P W oW

CR (N
0.5
0.5
0.5
0.5
0.5
0.5
1.5
0.5 /1
1.5

2/25
1/2/25

0.5

0.5

0.5

0.5

0.5

0.5

0.5

0.5/1
0.5/1
0.5/1
0.5/1

0.5/1

Flute
Length ()
8

8

10
10

12

12

15

15

20
20
25
25
25
30
30
30
35

12

12

20
20
20
20
25
25
30
30
40
40
45
45

12

20
20
30
40
35
50
60
60

Total
Length (L)
50
50
50
50
50
50
50
50
60
60
75
75
75
75
75
75
100

75
75
75
75
75
75
75
75
75
75
100
100
100
100

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

W o0 OO0 B BEWW

i i
o O O

=i, [
o N

PJIOPULILS

00 ® o0 11 BB W

oLOT

—_
M

0 00 OO0 W

12
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Carbide Endrmill
55 HRC - 6 mm Shank

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
Stainless Steel <565 HRC

D2

Aluminium

Dia (D)

iS5

2.5

3.5

1.5

255

3.5

Dia (D)

RO.5
RO.75
R1
R1.25
R1.5
R1.75
R2
R2.5

RO.5
RO.75
R1
R1.25
R1.5
R1.75
R2
R2.5

A ASPHALT

AF Flat Endmmill

Flute
Length ()

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
75
75
75
75
75

2F Ballnose Endmill

Flute
Length (1)

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
75
75
75
75
75

Shank
Dia (d)
6
6
s | L&
& | QO
s |
7 O
R
¢ 0
6
6
6
6
6

—
6

O
I |
¢«  IQ
Shank
Dia (d)
6
6
6U)

—l
s  Q
=
sy O
-
& O
6
6
6
6
6

—
6
-
¢ 0

Carbide
Long Nechk Endmiill
55 HRC

5 Steel 30-55 HRC

re P20

2 Hot Die Steel (H13, H1I, H21)
E Stainless Steel <55 HRC

) D2

E Alurminium

o]

9]

]

o

e

Dia (D)

1.5

2.5

d +-————F 3

>

| Dia (D)

l

| RO.5
R0.75

| R1

! R1.25

| R1.5

]

A ASPHALT

AF Flat Endrmill

Flute

Length (I)
6/8/10/12/15/20
6/8/10/12/15/20
6/8/10/12/15/20
6/8/10/12/15/20
10/12/15/20

Total
Length (L)
50

50

50

50

50

2F Ballnose Endrmill

Flute
Length (I)

6/8/10/12/15/20
6/8/10/12/15/20
6/8/10/12/15/20
6/8/10/12/15/20
10/12/15/20

Total
Length (L)
50

50

50

50

50

Shank
Dia (d) w)
ﬁ
—
4
—
o —
4 O
Shank
Dia (d) E£2
4 @)
B -
4 Q
Lo
- O



Micro Carbide Endrmill
2 Flute - 556 HRC

5 Steel 30-55 HRC

L P20

= Hot Die Steel (H13, H11, H21)
'g Stainless Steel <55 HRC

0] D2

E Alurminium

o)

[

o

Y

Dia (D)

0.3
0.4
0.5
0.6
0.7
0.8

|
|
m Dia (D)

I RO.15
| RO.2
| RO.25
i RO.3

' R0.35
! RO.4
o

Flute
Length (1)

2/3/L/6/8/10
2/3/0/6/8/10
2/3/u/6/8/10
2/3/4/6/8/10
2/3/u/6/8/10
2/3/4/6/8/10

Ballnose Endmmill

Flute
Length (1)

2/3/4/6/8
2/3/L/6/8
2/3/4/6/8
2/3/L/6/8
2/3/4/6/8
2/3/L/6/8

Flat Endmmill

Total
Length (L)
50

50

50

50

50

50

Total
Length (L)
50

50

50

50

50

50

A ASPHALT

Shank
Dia (d)

o I - -

Shank
Dia (d)

o T I ol T O T

Pl0PLDIS

CJOPUBIS

Note

A ASPHALT
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Premium
Flat Carbide Endmill A ASPHALT

AITISIN Coated

- B 4 Flute - 65 HRC
% 04 nm Particle Dia (D) Flute Total Sf_lank
& — T Length (1) Length (L) Dia (d)
% & Steel 30-65 HRC 1 2.5 50 4
5 .; P20 _ 1.5 4 50 4
o s Hot Die Steel (H13, HI1, H21) 2 5 50 4
= 5 Stainless Steel <65 HRC 2.5 6.5 50 (A
5 o Hardened Steel 3 7.5 50 3
- E Carbor Steel 3 75 50 4
q|_) o 3.5 9 50 4
5 o 4 10 50 4
x
5 13 50 5
6 15 50 6
7 20 60 8
8 20 60 8
9 25 75 10
10 25 75 10
n 30 75 12 c._fe
12 30 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 QI
20 45 100 20 O
1 3 75 4
1.5 5 75 4
2 6 75 4
3 9 75 4
0 4 13 75 4
5 20 75 5
] 6 20 75 6
8 24 75 8
10 45 100 10
- 12 45 100 12
14 60 150 14
16 60 150 16 6
N 18 60 150 18 -
20 60 150 20 re)
- |
3 12 100 3
4 25 100 4
5 25 100 5 m
6 25 100 6 ,>_<,_
6 40 150 6 -
8 35 100 8 O
8 50 150 8 6
I 10 60 150 10 j
| ¥ 12 60 150 12 IO

%]
(4,1
1
n
o




Premium Premium
Ballnose Carbide Endmill A ASPHAIT Carbide Py T—

2 Flute - 65 HRC S | fm  |mm | s Long Nechk Endmill

Length (I) Length (L)  Dia(d)

C
= | steel30-65HRC SR 2 el ¢ 65 HR
5 P20 RO.75 3 50 4
8 Hot Die Steel (H13, H11, H21) R1 4 50 4 '6 Steel 30-65 HRC
B Stainless Steel <65 HRC R1.25 5 50 4 e P20
0] Hardened Steel R1.5 6 50 3 8 Hot Die Steel (H13, H11, H21)
E Carbon Steel R1.5 6 50 4 o Stainless Steel <65 HRC
o R1.75 7 50 A ) Hardened Steel
& R2 8 50 4 E Carbon Steel
e R2.5 10 50 5 o
R3 12 50 6 o
R3.5 14 60 8 =
R4 16 60 8
R4.5 18 75 10
RS 20 75 10 &
R5.5 b9 75 12 c._fz i
R6 24 75 12 @)
R7 28 100 14 - f
R8 32 100 16 8 sl
[ L 3
4F Flat Endrmill
% RO.5 2 75 4 4 .
B-7s 3 22 3 o™ ELU:;th 0 Iiﬁijth w i r(lcll() %)
R1 4 75 4
RIS s - 4 1 6/8/10/12/15/20 | 50 & @)
BB g = 3 TE 6/8/10/12/15/20 50 : -
R2.5 10 - 5 2 6/8/10/12/15/20 50 4 Q
R3 12 75 6 2.5 6/8/10/12/15/20 50 4 QI
R4 16 75 8 3 10/12/15/20 50 4 O
R5 20 100 10
R6 24 100 12
R7 28 150 14
RS 32 150 16 6
R9 40 150 18 =]
R10 40 150 20 IQ
= : L - 2F Ballnose Endrmill
Dia (D Flute
2?5 12 :gg 2 g N = Length (1) IZ;aglth L SD':: ?(Itl(} (I_IB
R3 12 150 6 5 RO.5 6/8/10/12/15/20 50 4 @)
R4 16 100 8 RO.75 6/8/10/12/15/20 50 4 -
R4 16 150 8 5 R1 6/8/10/12/15/20 50 % Q.
R5 20 150 10 = R1.25 6/8/10/12/15/20 50 4 QI
R6 24 150 12 e R1.5 10/12/15/20 50 4 O
? b=l



Flat Carbide Endmill A ASPHALT

[ AITIN Coated

N
- ’ 4 FI Ute = 50 H RC Dia (D) Flute Total Shank
gﬂ; 0.6 nm Particle Length (1) Length (L) Dia (d)
() 5 Form HA
a « | Midsteel 1 - 2 22 :
i Casting ’
O Steel 30-45 HRC 2 5 50 4
g EN Grade Material 2.5 8 50 4
g Aluminium 3 8 50 3
E 3 8 50 4
cE3 3.5 10 50 4
g 4 10 50 4
o 5 12 50 5
6 15 50 6
7 20 60 8
8 20 60 8
9 25 75 10
10 25 75 10
11 30 75 12
12 30 75 12 C'_Q
14 40 100 1% @)
16 45 100 16 -
18 45 100 18 el
20 45 100 20 QI
25 45 100 25 Q
1 3 75 4
1.5 75 4
2 6 75 4
3 12 75 4
4 20 75 4
5 20 75 5
6 25 75 6
8 30 75 8
10 40 100 10
12 45 100 12
14 60 150 14
16 60 150 16 6
18 70 150 18 -
20 70 150 20 re)
3 12 100 3
4 25 100 4
5 25 100 5 m
6 30 100 6 el
6 40 150 6 3
8 35 100 8
8 50 150 8 6
10 50 150 10 3
12 60 150 12 re)




Ballnose Carbide Endrmill A ASPHALT Ballnose Carbide Endrmill A ASPHALT
2 Flute - 50 HRC 4 Flute - 50 HRC

Dia (D) Flute Total Shank
Length (1) Length (L) Dia (d)

L Mild Steel RO.5 2 50 4 . Mild Steel
& Casting RO.75 3 50 4 L? Casting ) |
° il Rl 4 £l 4 3 = = Lo i e 7 @ Length ) IZEZ,'th ©  Dat
o EN Grade Material R1.95 5 50 4 7 EN GIjCl‘de Material
5 Aluminium N . s - qE) Aluminium RO.5 o 50 4
E R1.5 6 50 4 E 2?-75 Z ig :
o R1.75 7 50 & S e - = .
& — - = - & R‘I‘5 6 50 3
R2.5 10 50 5 .
R3 5 o 5 R1.5 6 50 4
R3.5 i 0 5 R1.75 7 50 4
RA 16 60 8 S 8 50 4
R4.5 18 75 10 R2.5 10 50 5
RS 20 75 10 R3 12 50 6
R5.5 22 75 12 c,_/..) R3.5 14 60 8
R6 24 75 12 Q R4 16 é0 8 N
B P e i = R4.5 18 75 10 i
R8 32 100 16 Q RS 20 75 10 %
= = == = 2 R5.5 22 75 12 o
R10 40 100 20 O Ré 24 75 12 o)
R7 28 100 14 =
R8 32 100 16 Y
RO.5 2 75 4
RO.75 5 75 4 %
% R & e i RO.5 2 75 4
Sk z == s RO.75 3 75 4
R2 8 75 4 o) R1 4 75 4
R2.5 10 75 5 Rl 2 75 4
R3 12 75 6 ] R b il 4
= s == 2 R2.5 10 75 5
RS 20 100 10 = 1= 75 6
R6 2% 100 12 R4 16 75 8
s a8 S50 = . RS 20 100 10 —
=B e 0 Tz 5 R6 24 100 12 O
R ——— RN
R10 40 150 20 0 '®)
- R1.5 6 100 3
R1.5 6 100 3 =5 5 =5 %
i 8 100 o R2.5 10 100 5 M
R2.5 10 100 5 rm = = o z .>—<|-
i) = e 6 a R3 12 150 6 =
R3 12 150 6 = =5 = e g )
R4 16 100 8 O R4 16 150 g —
R4 16 150 8 5 | RS 20 150 10 g
- 20 150 10 - R6 24 150 12 e
. R6 24 150 12 /e =‘= v
© — -




Corner Radius (CR)

Carbide Endrmill
4 Flute - 50 HRC

Recommended For

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminium

Dia (D)

W o o O BB W W

O [V (R R R R
RPN O OO

0 00 o0 00 11 B W W

CR (r)
0.5
0.5
0.5
0.5
0.5
0.5
1.5
0.5/1
1.5

2725
1/2/25

Q0.5

0.5

0.5

0.5

0.5

0.5

0.5

0.5/1
0.5/1
0.5/1
0.5/1

0.5/1

Flute
Length ()

10
10
12
12
15
15
20
20
25
25
25
30
30
30
35

12
12
20
20
20
20
25
25
30
30
40
40
45
45

12
15 / 20
25
30
40
35
50
60
60

Total
Length (L)
50
50
50
50
50
50
50
50
60
60
75

75

75

75

75

75
100

75
75
75
75
75
75
75
75
75
75
100
100
100
100

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

3/4
3/4

0 00 0 0 n 1 B P W W

[ —
2 O

12

PJIOPUBIS

OLIOT

OLO7 ©11X3

Carbide Endrmill
50 HRC - 6mm Shank

Mild Steel

Casting

Steel 30-45 HRC
EN Grade Material
Aluminium

Dia (D)

1.5

2.5

3.5

1.5

2.5

3.5

Recommended For
&~

‘ Dia (D)

RO.5

i RO.75
R1

R1.25
R1.5
R1.75
R2
R2.5

RO.5
RO.75
R1
R1.25
R1.5
R1.75
R2
R2.5

A ASPHALT

AF Flat Endrmill

Flute
Length (1)

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
75
75
75
75
75

Shank
Dia (d)

(= B = T = S~ S = S = R - R -

(= TR = = - S = R - S -

CJOPULIS

ouoT

2F Ballmose Endrmiill

Flute
Length (1)

Total
Length (L)
50

50

50

50

50

50

50

50

75
75
75
75
75
75
75
75

Shank
Dia (d)

= S = R = S - N~ A« S~ -

oo 00O

PJOPULIS

ouo

33-34



TiSIN Coated Flot CO rbide A ASPHALT
35° Helix . _
O.6 nm Particle CO O ted E I_I d I_I_I I I | R ELU:Sth 0] I::laglth L SD?:?L()

DIN 6535 Forrm HA 2 FI t - 55 H RC 1 3 50 4
uie 1.5 5 50 4
2 6 50 4
E itzi)el 30-55HRC 2.5 8 50 4
- _ 3 10 50 3
@ Hot Die Steel (H13, H11, H21) 3 5 50 4
O Stainless Steel <55 HRC
= i 3.5 12 50 4
E Alurminium 4 12 >0 “
E 5 15 50 5
9 6 18 50 6
2 7 21 60 8
8 24 60 8
9 27 75 10
10 30 75 10
11 33 75 12 .(i..')
12 36 75 12 @)
14 45 100 14 -
16 45 100 16 Q
18 45 100 18 91
20 45 100 20 O
$ 1 75 4
1.5 5 75 4
2 75 4
L. 3 15 75 4
4 15 75 5
5 20 75 5
6 25 75 6
8 30 75 8
. 10 45 100 10
12 45 100 12
14 60 150 1%
I 16 60 150 16 6
d 1 18 60 150 18 3
\/ 20 60 150 20 0
-
! 3 12 100 3
4 20 100 4
5 25 100 5 M
6 30 100 6 ,>_<.,_
6 35 150 6 3
8 40 100 8
8 50 150 8 6
10 50 150 10 3
12 60 150 12 e
| --—.,_.7—-‘




Flat Carbide Endrmiill A ASPHALT Ballnose Carbide Endrmiill A ASPHALT
4 FIUte - 55 HRC Dia (D) Flute Total shank 2 FIUte - 55 HRC

Length (1) Length (L) Dia (d) Dia (D) Flute Total Shank
Length () = Length (L) Dia(d)

1 3 50 4
'6 Steel 30-55 HRC 1.5 I 50 4 '6 Steel 30-55 HRC RO.5 2 50 4
L P20 2 5 50 4 L P20 RO.75 3 50 4
fo]
8 HOI_DIe Steel (H13, H11, H21) 2.5 8 50 4 o HOt.DIe Steel (H13, H11, H21) RT P 50 4
O Stainless Steels <65 HRC 3 g i - o] Stainless Steels <55 HRC T = = 5
E D2 = D2 :
GE° Aluminium 3 8 50 4 GEJ Alurminiurm R1.5 6 50 3
E 35 10 50 4 E R1.5 6 50 4
8 4 10 50 4 8 R1.75 7 50 4
g 5 12 50 5 o R2 8 50 4
6 15 50 6 R2.5 10 50 5
7 20 60 8 R3 12 50 6
8 20 60 8 R3.5 14 60 8
9 25 75 10 R4 16 60 8
10 25 75 10 R4.5 18 75 10
1 30 75 12 N R5 20 75 10 D
12 30 75 12 —r R5.5 22 75 12 i o
14 40 100 1% O R6 24 75 12 @)
16 45 100 16 _ R7 28 100 14 a
18 45 100 18 Q R8 32 100 16 o)
20 45 100 20 QI R9 36 100 18 =
25 45 100 25 O R10 40 100 20 O
1 75 4 RO.5 2 75 4
1.5 75 4 RO.75 3 75 4
2 75 4 B R1 4 75 4
3 12 75 4 R1.5 6 75 4
}.£—< 4 20 75 4 R2 8 75 4
]
5 20 75 5 R2.5 10 75 5
6 25 75 6 | R3 12 75 6
8 30 75 8 = | R4 16 75 8
10 40 100 10 | RS 20 100 10
.. 12 45 100 12 LA R6 24 100 12
14 60 150 1 : R7 28 150 14
: 16 60 150 16 5 | RS 32 150 16 6
18 70 150 18 3 | R9 40 150 18 3
. —1 20 70 150 20 0 | R10 40 150 20 re)
| ‘
_I 1
| - |
i 3 12 100 3 | i
! w R1.5 6 100 3
= i L 5 | ‘ R2 8 100 4
5 25 100 5 M | \
' ¢ ' R2.5 10 100 5 m
6 30 100 6 |
=g ' ‘ R3 12 100 6 >
6 40 150 6 ] ! 1 —
. . s 100 R O | R3 12 150 6 6
ST S S, ! Nk
| |
10 60 150 10 !
=l | RS 20 150 10 (:I)
12 L 150 12 IO | R6 24 150 12 iQ
i o
37-38



Ballnose Carbide Endrmiill A ASPHALT Carbide Endmill & dsrar
4 Flute - 55 HRC 200mm LOMG

[ Steel 30-55 HRC 55 H RC
2 P20
8 gtot‘ Dlle St;:tel (:-Ilfégl:_ll,pl-ézl) Dia (D) Flute Total Shank '5 Steel 30-55HRC
0 A ;un ess Steels Length ()  Length (L)  Dia(d) L P20
C .
) Alurminiurm OB 5 0 4 o Hot'Dle Steel (H13, H11, H21)
E e Stainless Steel <55 HRC
E RO.75 3 50 4 =
o R1 4 50 L £ b2
0 e Aluminivm
2 R1.25 5 50 4 E
R1.5 6 50 3 §
R1.5 5 50 4 o
R1.75 7 50 4
R2 8 50 4
R2.5 10 50 5
R3 12 50 6
R3.5 14 60 8
R4 16 60 8
[a]
R&4.5 18 75 10 (é..) F‘
RS 20 75 10 :
R5.5 22 75 12 8_ FlOt Eﬂd| | ||||
R& 24 75 12 T
oy 28 100 w 2 ! Dia (D) EIUteth 0 Total X Shang
en
R8 32 100 16 Q ; 9 Length (L)  Dia (d)
‘ a & 45 200 6
RO.5 2 75 4 | : e it :
) ! 10 85 200 10 h
O RO.75 3 5 4 ! 12 20 200 12 3
R1 4 75 4 C
| 16 100 200 1é&
Bl & i 4 | 20 100 200 20 (T)'-
b4 R2 8 75 4 :
R2.5 10 75 5 ©
g R3 12 75 6
_ 'y R4 16 75 8
Vi R5 20 100 10
: : ¢ R6 24 100 12 5 *
| 3 R7 28 150 14 3 [3‘
1 R8 32 150 16 IQ j .
ey , Ballnose Endmill
L&/
| R1.5 6 100 3 Dia (D) Flute Total Shank
R2 8 100 4 Length () Length (L) Dia (d)
R2. 1 1
! ! - - — i ;rl a R3 12 200 6
, R3 12 100 6 'l
_ Ré& 16 200 8
; R3 12 150 6 . N
| , O RS 20 200 10
; R4 16 100 8 m
. — Ré 24 200 12 1
R4 16 150 8 C
| o 55 o 5 o R8 32 200 16 —
—1 R10 40 200 20 (D
1 R6 24 150 12 /e H




Corner Radius (CR) A, ASPHALT Carbide Endmill A ASPHALT
Carbide Endmill 55 HRC - 6mm Shank

e . | - i || TR AeEE 4F Flat Endrmill
ia r ute Tota Shan
L Steel 30-55 HRC Length (I i k] ;
g | o gth() | Length (L) | Dia(d) O | HotDie Steel (H13, HN, H21) Dia (D) Flute Total Shank
; ko) Stainless Steel <55 HRC Length () = Length (L)  Dia(d)
T | HotDieSteel (HI3,HIL H21)  ° s 4 =0 3 /4 E o ?
© | Stainless Steel <55 HRC : ! i 56 S E | muiiion 1 3 50 6
o | D2 4 0.5 10 50 4 E 15 4 50 6 -
= Alurminium & : Lz 50 & O 2 5 50 6 pesf 4
(E) 5 0.5 12 50 5 2 B 2 55 B @)
‘é 5 1 12 50 5 3 8 50 & |
o 6 Q.5 15 50 6 3t 10 50 6 Q
6 1 15 50 6 $ 4 10 50 6 Q
=
8 0.5 20 60 8 5 12 50 6 Q
8 1 20 60 8
[aa]
10 0.5 25 75 10 N \—r“ 1 3 75 6
10 1 25 75 10 — 1.5 5 75 6
10 15 25 75 10 Q 0 6 75 6
12 0.5/1 30 75 12 : | 2.5 & 75 6
12 1.5 30 75 12 8 ; 5 3 12 75 &
12 2/25 30 75 12 — | 35 12 75 6 6
16 1/2/25 | 35 100 16 |
f2y O i 4 20 75 6 3
i _ 5 20 75 6 0
3 0.5 12 75 3 |
3 1 12 75 3 |
4 0.5 20 75 4 .
4 1 20 75 4 | ;
a - ; s 0 . ) i 2F Ballmnose Endmill
|———| | .
/ B ! A i 2 | Dia (D) Flute Total Shank
| 6 0.5 25 75 6 5 Length (1) Length (L)  Dia(d)
. L 22 i : RO.5 2 50 6
- e i i - RO.75 3 50 6 W
. 8 1 30 75 8 % o 5 = i 2,
10 0.5 40 100 10 — " e g 5 z ®)
| 10 1 40 100 10 ) e 5 = # ]
r 12 0.5 45 100 12 = _ = = = z O
i 12 1 45 100 12 /e — - = i 9|
» R2.5 10 50 6 O
| 3 0.5/1 20 100 3 |
4 0.5 /1 20 100 4 i RO.5 2 75 6
5 0.5/1 25 100 5 M ‘ - RO.75 3 75 6
j 6 0.5/1 30 100 6 = | RT 4 75 6
6 1 40 150 6 a ‘ R1.25 5 75 6
' 8 0.5/1 35 100 8 | R1.5 6 75 6
8 1 50 150 8 5 | R1.75 7 75 B 6
i 10 1 60 150 10 3 \ R2 8 75 6 3
12 1 60 150 12 0 \ R2.5 10 75 6 re)
~erz} o ©

o a-42



Roughing Carbide Endmiill
4 Flute - 55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel (H13, H11, H21)
D2

Aluminium

10
12
14
16
18
20

Flute
Length (I)
10

13

15

20
25
30
45
45
45
45

25
30
40
45
75
75
75
75

30
40
35
50
60
60

Total
Length (L)
50
50
50
60
75

75
100
100
100
100

75

75

100
100
150
150
150
150

100
150
100
150
150
150

A ASPHALT

10
12
14
16
18
20

PIOPLIS

OLIOT

OLIOT 0J11X3

Note

A ASPHALT




Flat Carbide A ASPHALT
Uncoated Endmill ..., ..  w  on
2 FIUte - 50 HRC Length (I  Length (L)  Dia (d)

1 3 50 4
1.5 5 50 4
& Aluminium 2 6 50 4
- Wood 85 8 50 n
° Alurminiurm Alloys 3 10 50 3
B 3 10 50 4
o 5 12 50 4
E 4 12 50 4
E 5 15 50 5
& 6 18 50 6
= 7 21 60 8
8 24 60 8
9 27 75 10
10 30 75 10
1 33 75 12 ,g..)
12 36 75 12 (@]
1% 45 100 1% =
16 45 100 16 o]
18 45 100 18 91
20 45 100 20 o]
1 3 75 4
1.5 5 75 4
(] 2 75 4
}‘—’ 3 15 75 0
& 15 75 L
5 20 75 5
6 25 75 6
8 30 75 8
- 10 45 100 10
12 45 100 12
| 14 60 150 1% —
‘ 16 60 150 16 O
\/ () —5 18 60 150 18 3
20 60 150 20 e
-
|
3 12 100 5
4 20 100 4
5 25 100 5 Tl
6 30 100 6 e
6 35 150 6 p
8 40 100 8 0O
8 50 150 8 6
10 50 150 10 =
12 60 150 12 0
| - ‘

&




Flat Carbide
Uncoated Endmill
3 Flute - 50 HRC

Recommended For

Aluminium
Wood
Aluminiurm Alloys

&4

NN

‘ i

Dia (D)

@ o NN =
(3]

—3| e i e
o BN O

18

Flute
Length (1)

&& &6 88 8YR

15
15
20
25

S &HE& 8

60
60
60

12
20
25
30
40
40
50
50
60

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
75
75
75
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

(o J0 e BN e NN 4.0 Y T € Y o B Y B Y )

M—l—\—l—\—l—\—l
S @™ o F oo oo

o JH I o IR < 0 O Y O T

ot [ o [P
o o BN O

20

PJOPUBIS

OLIOT

OLIO7 0J1X3

Ballnose Carbide
Uncoated Endmill
2 Flute - 50 HRC

Aluminium
Wood
Aluminiurm Alloys

Recommended For

Dia (D}

RO.5
RO.75
R1
R1.25
R1.5
R1.5
R1.75
R2
R2.5
R3
R3.5
R4
R4.5
R5
R5.5
Ré
R7
R&
R9
R10

RO.5
RO.75
R1
R1.5
R2
R2.5
R3
R4
R5
Ré
R7
R&
R®
R10

R1.5
R2
R2.5
R3
R3
R4
R4
RS
Ré

Flute
Length (1)

0 N O PN

OL[ D4 | K| R | K[ RD [ =t |t | b | b |
o.pmbwomo\bwo

40

10
12
12
16
16
20
24

Total
Length (L)
50
50
50
50
50
50
50
50
50
50
60
60
75
7S
75
7S
100
100
100
100

75
75
75
75
75
75
75
75
100
100
150
150
150
150

100
100
100
100
150
100
150
150
150

A ASPHALT

Shank
Dia (d)

® 0ot P WP PR

— el et el )
M M O o

—
Bl

PIOPUOIS

- NEIT, R S-S S S S

ouLO

g
o

®w 0w oo n oW

oLO7 PJ1XT

12
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Drill 55 HRC Series

TICN Coated Carbide Drill A ASPHALT
130° Tip Angle 55 H RC

Non - Through Coolarnt

DIN 6535 Form HA
L Steel 30-55 HRC
L P20
2 Hot Die Steel(H13, HI1, H21)
o D2
0 Aluminiurm
E
E
o
9]
0
[ 4
Dia (D) Flute Total Shank
Length (I) Length (L)  Dia(d)
0.5~ 0.9 5 50 3
1.0 ~ 1.5 8 50 3
1.6 ~ 2.0 1 50 3
2.1~2.5 13 50 3
2.6 ~3.0 16 50 3
31~3.5 18 50 4
3.6~ 4,0 20 50 4
4] ~45 20 50 6
4.6 ~50 24 60 6
51~6.0 26 60 6
6.1~7.0 28 60 8
71~8.0 30 60 8
8.1~9.0 34 75 10
91~95 38 75 10
9.6 ~10.0 40 75 10
N
O 10.1 ~ 11.0 42 75 12 W)
1.1~ 12.0 45 75 12 O
| . 14
12.5 52 100 ~
13 52 100 14 =
_ 15 13 50 3
1.6 ~ 2.0 20 50 3
21~25 22 75 3
2.6 ~3.0 26 75 3
: ‘ 31~3.5 28 75 4
y 3.6~ 4.0 32 75 4
41~5.0 36 75 6
! B~ 6.0 40 75 6
61~7.0 48 100 8
! 7.1~8.0 50 100 8
8.1~9.0 56 100 10
(@)
| 9.1~10.0 58 100 10 W,
10.1 ~ 11.0 60 100 12 o
. 1.1 ~12.0 65 100 12 =
12.5 70 120 14 —
* All 5ize Are Availabla In O Diffaranca







Inserts IdentiFication System

A ASPHALT

Symbol Insert
W No chipbreaker,
Symbel Shape with hole
o Y7
0| Octagon T | Single-sTad chpbreater,
P | Pentagon Symbal Tolerance (mm) with hale Symbel Insert
S | Square {Class)|  Corner Height | Thickness 1.C. Size t:1
T _[Thangie i e 0.005 £0.025 k Double-sidad chipbrazkers
C | 80" Rhombio Sfniel| | Rolief Angle F i £0.013 wroiroe || F :
D | 55° Rhombi
: om !C A 3° ﬁ 3 C ST +0.025 +0.026 Sharp Edge
E | 75° Rhambic H £0.013 N \ -
F |50° Rhombic B | & £ No (;Eipbrﬁalrer,
M | 86° Rhombic ¢ | 7 T T | +0.025 o +0.025 without hole & S 1
V| 35° Rhombic J +0.005 D
- B |18% ﬁ: —= ]
W_| Trigon K +0.013 £0.025 R Single-sded hipbrech Rehened
L | Rectangle E | 20° B [ 10.025 £0.05-£0.15 itheut Fole
A | 85° Parallelogram M* +0.13
: F |25 +0.08~+0.18 \ ) T
5 | 82 Paralelogram N* +0.025 M Single-sided chipbreaker
K_| 55° Parallelogram G |30 U* | $013-1038 | 013 | 0.08-:0.25 wihnole Chamfered
R | Round o !-’_
o P N 0 Inserf's periphery is as fired. CD
own angle stands for 5 / : ; \ ; A - ‘
acute angle for Fhombic P |1 E . [Tolerance difference is depending on insert size. No ﬂlt%brﬁﬁ;ken S
and parallelogram inseris. Chamfered
O | Otherangles X Special + R-honed
(1) Shape (2) Relief Angle (3) Tolerance {4) Chipbreaker / Hole Symbol | | (9) Edge Preparation

[ |

N(M|X|12|06| A

N |

(1) (2) (3) (4) (?) (6) (7) (8) (9) (10) J[_(11)
[ [
(5) Edge Length (6) Thickness (7) Lead Angle (8) Relief Angle (10) Tool Hand | |(11) Manufacture's Cption
Symbol|  Thickness Symbol Lead Angle Symbol Relief Angle Symbel| Handof Tool | | Chipbreaker, etc.
S 02 2.38 A 45° A 3° R [Right-hand
LLJ 03 3.18 D 60° B 5° L |Left-hand
T3 3.97 E 75° (o] 7" N Neutral
04 4.76 F 85° D 157
A 05 5.56 H 87¢ E 20°
1 06 6.35 P 90° F 25
X Bh* G 30°
® ||z B —
T
P 11E
[ R 10°
v 5 14°
n u 23°
@ ﬁ
£
ﬁ In case of indicating carner-R (r) at (7) and (8)
(7) (8) Corner-R (r )
04 0.4 Corner-R (r)
v 08 0.8 Corner-R (r.
12 1.2 Corner-R (r @

20 2.0 Corner-R (T

R
16 1.6 Corner-R {r’
R(

Insert Grades

High

Toughness

AS1010

AS1020

AS5010

AS5015

AS5020

Milling Grades Stainless stee Castiron S Superalloys

ASPHALT superior CVD coated grade with fine cemented carbide subtracts ensures
excellent wear resistance, because of its wide working range recommended for general
machining of steel and cast iron.

Combination of good toughness and strength enhance by its raw substance with AI203
added CVD coating improves its wear resistance. Suitable of various operation in steel
below 50 HRC.

PVD coated cemented carbide with balanced cobalt subtracts and post-treatment
technology improves wear resistance and toughness. Because of its wear resistance and
toughness balance, recommended for graded steel and stainless steel general application.

Compact CVD coating with fine cemented carbide subtracts gives flexibility for semi finish
and roughing application. Recommended for hard alloy steel and stainless steel machining
for various semi finish and roughing application.

New PVD coating perfectly matched with toughness subtracts gives excellent heat resistance
and mechanical properties. Recommended for stainless steel and super alloy steel for wide
range of application.

P01 P10 P20 P30 P40 P50 LYIRYEORYFONTKINY 0] K01 K10 K20 K30 K40 | S01 S10 820 S30

A ASPHALT

AS1010
cvD AS1020
AS5015
AS5010
PVD
A55020
Grade Map
AS5015
AS5020 -
f AS1020
AS5010 | pS AS1010
Low Wear Resistance High




A ASPHALT

Inserts Geometry

n h
GM

{

o N

HR

MRR

MR

PSR

GR

ubD

PM

Versatile Geometry Very Good Edge Strength For Roughing And Semi Roughing
Application Due To Its Sharpness And Big Rack Angle Its Capable For Taking Good
Range Of Feed And DOC.

Sharp Geometry Applicable For Heavy Roughing To Semi Roughing Application
Due To Its Sharpness Chip Evacuation Is Good And It Will Take High Doc And High
Feed Compared To Regular Insert.

MO Geometry Have Different Chip Breaker ,toughness And Big Rack Face. Due To

Its Toughness Suitable In All Heavy Roughing Application To Semi Roughing And
Semi Finish Application.

Tough Geometry Suitable For Difficult To Cut Material And Hard Part Machining In
Most Roughing Application.

Strong Cutting Edge Geometry With Good Edge Strenth For Roughing And Semi
Roughing Application.

Universal Roughing Geometry For Roughing To Medium Roughing Application.

General Roughing Geometry For Roughing And Semi Roughing Application In Cast
Iron And Mild Steel Application.

Sharp And Strong Roughing Geometry For Most Of Roughing Cast Iron And Mild
Steel Application.

Universal Geometry For U-drill And Other Drilling Application.

Sharp And Positive Rack Angle Geometry Applicable For Roughing And Semi
Roughing Application Due To Its Sharpness Chip Evacuation Is Good And It Will
Take High DOC.

+ _ High Feed Mill
9 __Square Shoulder Mill
L CopyMill

Ol  Face Mill

~—

=

A ASPHALT
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High Feed Mill

O LNMU
i
LOGU

shoulder | . Inter- 5 Copy
[' Milling leottlng [polatiorj[ Facing 1L Milling
N

[

5 & ® 1{ &) &

Insert Geometry Grade
LNMUQ303ZER MSR
LNMUQ303ZER MSR
LOGUQ30310ER GM
E
E
‘g] LNMUG3
<] Locuos
1 .:.,._._.;‘\;\. - -E ........................
-
iy .....-..:\;E ........................
Z N k i : ¥
| . N T ' . .
0.8 -:----E ..... E«.\:E.E.E ..... E
= g ’:\}: b - -
.................. "':'{................-
0 03 0.6 o 12 15 8 F(ITII'I'I/TOO'th)

AS1020
AS5010
AS1020

Insert

LNMUOQO303ZER
LOGUO30310ER

A ASPHALT

d Re

11.9 6.0 375 285 12
11.9 6.2 396 3.45 1

N - EEEEEN - -

® 0 120 - 250

. o} 0 0 20 -180

] o] 120 - 250

Case Study
Factors Case-1 Case-2
Model LNMUOQO303ZER- LOGUO30310ER-
MSR-AS5010 GM-AS1020

Operation Slotting Pocketing

Material P20 EN8

Tool Dia 25mm 32mm

Pocket 4 4

Ve 150 170

RPM 1910 1691

DOC (Ap) 0.6 0.5

Feed(mm//tooth) 0.8 1

Engagement(Ae) 100% 100%

1 Hr. 52 Min. 2 Hr. 32 Min.
Cutter Body
Code  Size Thoth (DML | LOGU
Spanner: TO8P Spanner: TO8P

ASCB  16x150/200 T2 v v
ASCB  20x150/200 T2 v v
ASCB | 25x150/200 T3/T4 v v
ASCB  32x150/200 T4/T5 v v
ASCB D40 T6 v v
ASCB D50 T8 v v
ASCB D63 T10 4 L
ASCB D80 T12 v

* Other Sizes Available On Request.

High Feed Mill

O | WDMW
D

(J EEatEA
C ][ & 1 & J[ o M &

Insert Geometry Grade
WDMWO06T320ZTR MO
WDMWO080520ZTR MO

WDMWO6

AS5015
AS§5020

Insert

WDMWO04T320ZTR
WDMWO080520ZTR

IC i
9.525 3.97
12 4.76

B - EEEEEN ¢ -
®a @ O ® O

A ASPHALT

eO
T
Re e°
2 15
2 15

90 - 250
0 90 - 250
Case Study
Foctors Case-1 Case-2
Model WDMW046T320 WDMW06T320
ZTR-MO-AS5015 ZTR-MO-AS5015
Operation Profilling Facing
Material P20 P20
Tool Dia 25mm 32mm
Pocket 2 3
Ve 180 180
RPM 2300 1800
Feed(mm/tooth)  1.0mm 0.7mm
DOC (Ap) 0.5mm 0.6 mm
Engagement(Ae) 100% 70%
2 Hr. 45 Min
Cutter Body
Code  Size Tanih  eionoten| e
Spanner : TI5P Sparner: TISP
ASCB = 25x150/200 T2 v
ASCB  32x150/200 T2 v v
ASCB = D40 T3 v v
ASCB D50 T4 v v
ASCB = D63 T5 v v
ASCB D80 TS v

* Other Sizes Available On Request.
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High Feed Mill

O | SDMT
D

SOMT

LRamping

( Facing
. %

SDMT

Inter- || Shoulder 7
polation Milling ] [slonlng

SOMT Y

|

& Ap{mm)

B

(X} B

Insert Geometry

SDMTO9T307 HR
SDMT120512 MRR
SOMT100420ER MR
SOMT100420ER MR

SDMTO%
SDMT12

2= F(mmy/Tooth)

Grade

AS5015
AS5020
AS5015
AS5020

A ASPHALT

Insert IC T d Re ae
SDMTO09T307 9 3.5 3.5 0.7 15
SDMT120512 127 5.56 4.4 1.2 15
SOMT100420ER 10.3 4.58 4.6 2 16
BN « KRN ve
® ® o] ® 90 - 200
® ® o] 90 - 220
® [ ] 0 ] o] 100 - 230
@ ® ) 80 -180
Case Study
Factors Case-1 Case-2
Model SDMT120512- SOMT100420ER-
MRR-AS5020 MR-AS5015
Operation Facing Side Milling
Material S.5.(316) Forge Steel
Tool Dia 50mm 50mm
Pocket 4 A
Ve 120 180
RPM 750 146
DOC (Ap) 0.42 1
Feed(mm/tooth) 0.5 0.7
Engagement(Ae) 60% 60%
1 Hr.36 Min 1Hr. 38 Min
Cutter Body
Code  Size Tocth  |onmee| SOMTIZ | SOMTO

Spanner: TSP

ASCB | 25x150/200 T2/T3
ASCB  32x150/200 T2/T3/T4

ASCB D40
ASCB D50
ASCB D63
ASCB D80

* Other Sizes Available On Request.

T3/T4/T5
T4/T5
T5/T7

T6

SRR

ow . S4010 Scrow : $4060
Spanner: TisP Spanner: Ti5P

L4 s
NN

Feed Mill

O HNMX
D

Facing

Ap(mm)

=

Insert Geometry
HNMX0906ANSN GM
HNMXO9

e g = e rsm e 8 FRigeg E

....................................

......................................

ws F{mm/Tooth)

Grade
AS5015

Insert 1C

HNMXO0906ANSN 16.5

B - EEENTN
] L Q ]

A ASPHALT
-l
—.T.—
d Re

6.34 4.9 1.2

H Ve
o] 100 - 250

Case Study

Factors Case
Model HNMX0906ANSN
ASS5015

Operation Facing

Material S.5.304

Tool Dia 280mm

Pocket 6

Ve 150

RPM 597

Feed(mm /tooth) 0.3

DOC (Ap) 1

Engagement(Ae) 70%
[ Life | 1HL25Min

Cutter Body

Code  Size Tooth gg,?.,gs?g
ASCB D50 Té v
ASCB D63 Té v
ASCB D80 T6/T8 v
ASCB D100 T6/T8/TI0 v
ASCB | D125 T8/T10/T12 v
ASCB D160 T8/T12/T4 v

* Other Sizes Available On Request.
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Square Shoulder Mill

O | APMT
i
APKT

‘ Plunging

Facing

Milling | polation
L. k

ol 'ﬂﬂfr

3 AT |
Lsh?ullder slotting H InterI
™
A

[ * :]‘ [PEH Insert
I\ Y APMT1135PDER
APMT1604PDER

APKT1705PDER

A ASPHALT

I i
770
- 3 ndll
<
-
L w d Re
.25 6.2 2.8 0.8
73 9.3 5.25 4.4 0.8
18.5 10.7 5.56 4.4 0.8

APMT1135PDER MSR AS1020 ® &} 100 - 300
APMT1135PDER MSR AS5020 0] ® o} 100 - 300
APMT1604PDER MSR AS1020 L o 100 - 300
APMT1604PDER MSR AS$5020 ® ® 0 100 - 300
APKT1705PER PSR AS1010 L 0 100 - 230
APKT1705PER MSR AS5020 ® @ o] 100 - 230
Ap(mm)
APMT 135
APNTISO4
.................................... Cqse Study
| - ..... ..... ..... S ..... Factors Case-l Case-2
L (s Model APMTT135PDER-  APMTI1604PDER-
> MSR-AS5020 MSR-AS5020
ol N LN Operation Shoulder Milling Slotting
oo : Material S.S.Duplex S.S.Duplex &4A
_____ \ ] Tool Dia 25mm 50mm
| : Pocket 3 4
: : Ve @5 20
0 0.05 01 a5 02 025 03 F{mm/Tooth) RPM 1210 593
Agilirimil DOC (Ap) 0.5 0.7
P Feed(mm/tooth) 0.29 0.29
g [0 0w e v w e e 8 e Engagement(Ae) 70% 100%
Y p— bl O . S— Cutter Body
} :
A P . e - . Code  Size Tooth APMTI | SRMITIG | APBTIF
" M . " N . Spanner: TCBP sSpanner: TISP Spanner: TISP
. N . 1 : ASCB  10/12x100  T1 v
N B e e v e . : ASCB  16x150/200 T2 v
! 2 £ ! 1 : ASCB  18x150/200 T2 v
: : : i ASCB  20x150/200 T2 v v
: ASCB  25x150/200 T2 v Ve
ASCB  32x150/200 T2/T3 v v v
ASCBE D40 T3/Th v Ve
ASCE D50 T4 v v
ASCB D63 T4/TS v v
ASCBE  D80/D100  T5/Té v v
ASCB D125 T8 Ld

* Gther Sizes Availoble Cn Request.

A ASPHALT

Square Shoulder Mill

(@) MPHW 2
] \EE g
Tz
| s:;imlllli:i:r‘l Slotting (p:)rl'::i:n J | Facing Radious ) T
A L ) D PR
e |[ 4 5 4+ || A& Insert L h R 0
B ®[&]d i : M
. ol o e L5 ~ MPHWO60308ZEL 6.35 3.8 3 0.8 1
Insert Geometry Grade - M ““n H Ve
MPHWO&0308ZEL = AS5020 L] @ o] 130 - 300
E
£ Case Study
a
<l MPHWO6
10 & TR Terans ILEREE seeaas seeean . Factors Case
N\ - : : : : Model MPHW060608-
s e D ' ..... st s s : S Asrmin
NG : : : Operation Finish Redious
si o ORI, " . . ...% i D i TR e
: Tool Dia 32
o oD, & ............ e E
] Ve 220
ol e o psees : TP 5155
i : : Feed(mm/tooth) | 1
yTTeTTTRIT o DOC (Ap) 0.08
Engagement(Ae) 70 %
> s e ww  sm  am ns BT

Cutter Body

Code Size Tooth MEWH:;Y,O
Spanner: TO&P
ASCB 20x150/200 T3 v
ASCB  25x150/200 T4 v
ASCB 30x150/200 T4 v
ASCB 32x150/200 T5 v

* Other Sizes Available On Request.
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Square Shoulder Mill

O | WNMU
D

([ e
C33 0 ][ b | B

Insert Geometry Grade
WNMUO80608 GM AS5015
WNMUO80608 GM AS5020
E
E
‘] WNMUOS
a
i r__w._«;;. ..............................
s -:....;..ﬁ“:@'\:j ..... ": ..... '
| O R
B
E Cii ‘"‘\: ............
0 1 02 05 ' 05 04 F(ITII'I'I/TOO'“'I)

Insert IC T
WNMUO080608 14.02 6.65

B - EEEEEE - -
e | & O e O

® ® o}

6.2

A ASPHALT

BS Re
1.3 0.8

100 - 250
100 - 200

Case Study

Factors
Model

Operation
Material

Tool Dia

Pocket

Ve

RPM

DOC (Ap)
Feed(mm/tooth)
Engagement(Ae)

Case

WNMUO80608-
GM-AS5005
Facing

M.S.

50 mm

A

200

1273

2.5

0.1

70 %

1 Hr. 58 Min.

Cutter Body

Code Size
ASCB D40
ASCB D50
ASCB  Dé3
ASCB D30
ASCB D100
ASCB D125

“ Other Sizes Available On Request.

Tooth }’l’f@ct’

Spanner :T20P
T3

Ta
T4/T5
Té
T7
T8

RS NENE RN

Q0° Shoulder Mill

Q | SPMT
%)

A ASPHALT

7
Facing [Proﬁlling

(S&?.:ﬁ:;][s'omns =3
gooon :

SPMT120408 12.7
SPMT120412 12.7

d Re

476 5.5 0.8
4,76 5.5 1.2

ceomery  ooce [ » IENIEEEN ¢ -
SPMT120408 PM AS1020 ® 0 120 - 350
SPMT120412 PM AS1020 ® 0 120 - 350
Case Study
E
E Factors Case
g| spmr
Model SPMT120408-PM
o beianss eammen ve vidnanmmmos s whn i ASS015
Operation Facing
1" "m'-\'f\ : : : Material M.S.
: B Tool Dia 100 mm
a e e e ?:{\. e fewns : R =
| : : . Ve 200
"I RPM 637
; : : : % Feed(mm/tooth) 3
................................... ! DOC (Ap) =
E Engagement(Ae) 75 %
o s = = = FmmyTooth)

Code Size
ASCB D50
ASCB D63
ASCB D80
ASCB D100
ASCB D125

*+ Other Sizes Available On Request.

Cutter Body

Tooth  SPMTI2
Spanner: 1209

ar] 7

151 v

Té v

7 v

T8 v
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Copy Milling

O RDKW
D

R
i

Insert Geometry Grade
RDKW1003(R5) MO AS5015
RDKW1204(R6) MO AS5015
RDKW1606(R8) MO AS5020
E
Ef RDKWIO(R5)
‘Sl RDKWI2(R6)
a
40 N‘“”'*\\m E LR R PR Y
‘\N‘ :
M%"“w.k
1] \\\\w
o .05 o1 o5 02 0.5 0.3 F(mm/Toothl

A ASPHALT

eﬂ
n ‘ 3%”
w2
fa) < [
r ¥ =
T
Insert D T d [SHd
RDKW1003(R5) 10 397 4.4 15
RDKW1204(Ré6) 12 4.76 4.4 15
RDKW1606(R8) 16 4.76 9.5 15
® [ 0 ® 100 - 250
. @ 0 o] 100 - 250
® . o] 100 - 250
Case Study
Factors Case-1 Case-2
Model RDKW1204- RDKW1204-
MO-AS5015(R6) MO-AS5015(R6)
Operation Profilling Cavity Milling
Material P20 P20
Tool Dia 40mm 63mm
Pocket 4 5
Ve 180 200
RPM 1432 101
Feed(mm/tooth) 0.2mm 0.15mm
DOC (Ap) 1.0mm 1.5 mm
Engagement(Ae) 70 % 70 %
1 Hr. 45 Min 2 Hr. 45 Min
Cutter Body
Code | Size Tooth  |-Emr oo - Eae
Spanner: ISP Spanner: TI5P Spanner: T20P
ASCB 20x150/200 T2 v
ASCB 25x150/200 T2 v L'
ASCB 32x150/200 T3 v v
ASCB D40 T3/Th v v v
ASCB D50/D52 Th v v
ASCB D63 T5 Ld L
ASCB D8O T5/T6 v v
ASCB D100 Té v v
ASCB D125 T7/T8 v v

* Gther Sizes Availoble Cn Reguest.

Face Mill

Ap(mm)

Q | ONMU

Insert Geometry Grade
ONMUO80608 - AS1020
ONMUO80608 = AS5015

ONMUOS8

0.5 04 05 a2 0.5 03 F(|T||11/T00t|'|)

- EEEEEN - -
[ ] Q

A ASPHALT

ONMUO080608 202 6 5.5 0.8

120 - 300
© o] 100 - 350

Case Study

Factors Case

Model ONMU08B0608-
AS5015

Operation Facing

Material M.S.

Tool Dia 80 mm

Pocket 6

Ve 180

RPM 716

DOC (Ap) 2.2

Feed(mm /tooth) 0.12
Engagement(Ae) 75 %

Cutter Body
Code Size Tooth Sj'\sﬂo"ug
Spanner: T20P
ASCB D50 T4 v
ASCB D63 s v
ASCB D80 Té v
ASCB D100 il v
ASCB D125 T8 v
ASCB D160 T10/T12 v

*Olher sizes Available On Requesl.

63-64



Face Mill

O
D

SNMX

Shoulder i 5 Intar- ¥ —
[ Milling leottlng [polatiorJ[ Facing LProfllllng

[ &

i

[ ] [:ﬁ] ][ & { &

Ap(mm)

a

Insert Geometry

SNMX1206ANN GR

SNMX120608 GR

SNMX120612 GR

SNMX

. , q‘, .......................

g Besass :'\.& ......
i . !
! i :

..... | R R N R
! %

VU OO TR SRS SO b
i i
—_— -+

-] 0.05 04 015 0.2 0.25 o3 F(I'I1 I1'I/T00ﬂ1]

Grade

AS5015
AS5015
AS5015

Insert

SNMX1206ANN
SNMX120608
SNMX120612

e & & =

H

ole|o

IC T
12.7 6.2
12.7 6.35
12.7 6.35

A ASPHALT

Case Study

Factors
Model

Operation
Material

Tool Dia

Pocket

Vc

RPM

Feed(mm //tooth)
DOC (Ap)
Engagement(Ae)

d Re
55 0.4
5.5 0.8
55 1.2
H Ve
0 120 - 300
o] 120 - 300
0 120 - 300
Case

SNMX120612-GR
AS5015
Facing
.l

80 mm
6

300
194
0.18

1.5

70 %

2 Hr. 14 Min.

Cutter Body

Code Size
ASCB D50
ASCB D63
ASCB D80
ASCB D100
ASCB D125

*Other Sizes Availakle On Request.

Tooth ﬁt'w“;i‘,

Sprann'er:uop
Th

T5/Té6
T&/T7
T8
T10

Y ] S 8

Face Mill

QO | TPKN
D

. g Should
(Slottlng [Facmg [M?Ill"inger

W ]{ |5

S
Insert Geometry
TPKN1603PDR -
TPKN2204PDR =
E
E
] TPKN
=y
N S s
N i
. N
50 Bmononms "-\:\.\:..:
B ]

¢~ g an 012 013 oun

Grade

AS1020
AS1020

*5  F(mm/Tooth)

A ASPHALT

Insert IC T
TPKN1603PDR 9.525 3.18
TPKN2204PDR 12.7 4,76

B - EEEEEN - -
] [ ]

BCH

0.7
0.7

BS e°
1.2 n
1.6 1

160 - 260
160 - 260

Case Study

Factors
Model

Operation
Material

Tool Dia

Pocket

Ve

RPM

DOC (Ap)
Feed(mm /tooth)
Engagement(Ae)

Case

TPKN1603PDR
AS1020
Facing
EN-8
100 mm
8

170

550

1

0.15

60 %

1 Hr. 3 Min.

Cutter Body

Code Size Tooth
ASCB | D40 T3
ASCB D50 T3
ASCB  Dé3 T3
ASCB D80 T4
ASCB | D100 T5
ASCB D125 Té

* Other Sizes Available On Reguest

* Recommended For Milling Of Steel & Cast Iron, For Semi Finishing, Semi Roughing &
Roughing with Medium Or Large Chip Section & Machining in Unfavorable Condition.

TPKN16 | TPKN22
Saamnor: a4 Spanmar A5
v
v
v
v
v
v
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2 _ Through Cooclant hq B

i,

o}

8 Electroplated HOIe QHII'IQ

o] ¢4 Groove Ratio, o

._\% For Better Chip Rermoval 8

O

= |

(0]

O Plain Angle Half Hole Existing

& Surface surface | |Cylindrical | Expasion Hole

[ ][ ][ @ /‘[ [ Insert Ic i d Re

SPMG050204 5 238 225 0.4
SPMG060204 6 2.38  2.61 0.4
SPMGOQ7T308 794 | 397 285 0.8
SPMG090408 9.80 430 4.05 0.8
SPMG110408 11.50  4.80 4.45 0.8
SPMG140512 14.30 5.20 5.75 1.2

ot coomory coce [N v N -
SPMG050204 ubD AS5015 ® ® o L4 o 50 - 280
SPMG060204 ubD AS5015 ® ® o L o 50 - 280
SPMGO07T308 ubD AS5015 ® L o L4 o 50 - 280
SPMG090408 ubD AS5015 ® ® o L (] 50 - 280
SPMG110408 uD AS5015 ® ® o ® o 50 -280
SPMG140512 uD AS5015 ® ® 9] ¢ () 50 - 280
U-Dnll
Code  Insert Screw Spanner Size L/D=2 L/D=3 L/D=4 L/D=5
ASUD SPMGO5 $2250 TO&P 12.5-15.5 v v v
ASUD SPMGDé S2255 TO7P 16 - 21.5 v v v v
ASUD SPMGO7 $2580 TOSP 22 - 27.5 v v v e
ASUD = SPMGD9 S3590 T15P 28 - 33.5 v v v v
ASUD  SPMGI11 S4010 T15P 34 - 41 v ¥ Ul e
ASUD  SPMG14  S5011 T20P 42 - 50 v ¥ Ul v

* All Size Are Available In OF Difference
* Cther Sizes Available On Request.
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Hole Making

O | WCMX
92

Plain Angle Half Hole Existing
Surface surface | Cylindrical | Expasion

Hole

Insert

WCMX030208
WCMX040208
WCMX050308
WCMX06T308
WCMX080412

SO VT
GLRRTE A 9005004 S

BOE,_O0OLE Rk

Lirats < B8
BN B

g
i
@.
gl
;

Geometry Grade
ubD AS5015
ubD AS5015
ubD AS5015
ubD AS5015
ubD AS5015
U-Drill
Code  Insert Screw
ASUD = WCMXO03 52550
ASUD WCMX04 S2560
ASUD WCMX05 S3070
ASUD WCMX06 53580
ASUD WCMX08 S4010

*All Size Are Available In Q.8 Difference
*QOfther Sizes Available On Request.

Insert IC T L
WCMX030208 556 238 3.8
WCMX040208 635 238 43
WCMX050308 794 318 5.4
WCMX06T308 9.525 3.97 6.5
WCMX080412 12.7 4.76 8.7
N - BHEN

. ® o] ®

® ® 2] ®

] ® o] ®

® ® o ®

] ® o] ®

Spanner Size L/D=2 L/D=3

TO8P 14 -19.5 v v

TO8P 20 - 23.5 v v

T10P 24 - 30.5 v v

T15P 31- 41 v v

T15P 42 - 60 v v

A ASPHALT

d Re
2.8 0.8
31 0.8
3.2 0.8
37 0.8
4.3 1.2
H Ve
0 50 - 280
0 50 - 280
0 50 - 280
0 50 - 280
0 50 - 280

L/D=4  L/D=5

AR
<<%

Note

A ASPHALT
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