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*E*% INSERTS SCREW 18
spECIFICATION | P | T [ ¢4 | L | M| K| H ’, & | e
L | <
AEMI13ADO9MO6 | 13 20| 65 | 35| M6 | 11 9 1S255535 1
AEM17ADOOMO8 | 17 30 | 85 | 50 | M8 | 15 12 |ADKTO0903PDER 1250635 T8 )
AEM21AD0OM10 21 35 | 105 | 56 | M10 | 15 15
AEM26AP16M12 26 40 | 125 | 66 | M12 | 20 21 1S401055 2
AEM33AP16M16 33 40 17 68 | M16 | 22 27 |APMT1604PDER 1S401155 T15 3
AEM40AP16M22 40 40 25 75 | M22 | 25 35
JIR 14
wF
JIRKitg WL EL WRENCH
Rt D| 7 |edlL TOERTS il gl
SPECIFICATION | ¢ v > R D
AEM13AD09ST12 13 - 12 |1 120 1S255535 1
AEM17AD09ST16 17 30 | 16 | 150 | ADKT0903PDER 1S250635 T8 )
AEM21AD09ST20 21 35 | 20 | 165
AEM26AP16ST25 26 40 | 25 | 185 1S401055 2
AEM33AP16ST32 33 40 | 32 | 210 | APMT1604PDER 1SA01155 T15 3
AEM40AP16ST32 40 |[130| 32 | 210
EBUYIGRG—E®:  Recommended Cutting Conditions
Roughing FHIIT Semi-Finishing =1L Finishing #500T.
THME B e [miwE| EE Sk | s B R | e
Workpiece Material Speed Feed D.0.C Speed Feed D.0.C Speed Feed D.0.C
Vc (m/min) | (mm/tooth) | (mm) | Vc (m/min) | (mm/tooth) (mm) | Vc (m/min) | (mm/tooth) [ (mm)
Unalloyed steels —fisl | 180 - 220 [0.14 - 025 45 ¢ | 220 - 260 |0.12 - 030 2.0 - 4.5 | 220 - 300 [0.08 - 0.35] 0.2 - 2.0
Alloyed steels A48 70 - 110 [0.12 - 020 45+ | 100 - 150 [0.10 - 0.25] 2.0 - 4.5 | 100 - 195 [0.08 - 0.30] 0.2 - 2.0
Stainless steels ~ gB&8 | 100 - 160 | 0.10 - 020 4.5 1+ | 140 - 180 |0.08 - 0.20] 2.0 - 4.5 | 180 - 230 [0.05 - 0.25[ 0.2 - 2.0
Cast Irons #% | 140 - 280 [0.10 - 0.15] 45 1 | 180 - 300 |0.10 - 020] 2.0 - 45 | 200 - 350 [0.05 - 0.25[ 02 - 2.0
Non-ferric metal
o5 30 S S 275-450 |0.05 - 020 451 | 400 - 750 |0.05 - 0.20| 2.0 - 45 700 - 1000|0.05 - 0.25| 0.2 - 2.0
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