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Evolved rigidity realizes both heavy and stable ramping.

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcr 1ype

Cutter diameter: 16 - 232

@ Integral design with a taper shank and dual face contact of
BIG-PLUS and HSK provide the highest rigidity.

A0S 00 A9 _\\v‘“g
b oo
BBT Integrated Type o“ L € Al

[Standard Type]

DUAL CONTACT

LD

a4
F\\rz

® Model Description

-[FcR] [16] [08] [2]-
L dimension
Number of inserts
Effective cutting edge length ap
Cutter diameter eDc
FCR Type

BIG-PLUS BT No.

L=

| L1
‘ Effective cutter length A

BIG-PLUS (BBT Shank) tools can be used on both BIG-PLUS spindles and conventional BT spindles.

&

Cutter Effective :
dlz?arB%ter Model ctilg:ggt;hegge oD+ I L A g?r?;gﬁrs Insert Model V\Qi'g)ht
16 BBT30-FCR16082- 65 65 43 28 2 BRG1608[ ][] 0.47
20 -FCR20083- 65 3 40 65 43 28 BRG2008[ ][] 0.49
-FCR25083- 65 65 43 33 0.52
£ -105 @ 42 105 83 35 3 et B8 0.73
-FCR32103- 65 40 65 43 40 0.56
= a0 | "° 42 105 83 45 BREE S
BBT40-FCR16082- 85 85 58 25 2
16 -120 8 60 120 93 30 2 BRG1608[][] 1.5
-135 135 108 25 1.6
-FCR20083- 85 85 58 35 1.2
20 -120 8 60 120 93 30 3 BRG2008[ ][] 1.5
-135 135 108 30 1.6
-FCR25083- 85 85 58 40 172
25 -120 8 60 120 93 45 3 BRG2508[ ][] 1.5
-135 135 108 35 157
-FCR32103- 85 85 58 45 1.3
32 -120 10 60 120 93 50 3 BRG321001] 1.6
-135 135 108 40 1.8
1. Wrench included. Inserts must be ordered separately. m

ENDMILLING
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Cutter diameter: 016 - 232

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcr 1ype

[Long Type] DUAL CONTACT

| 2=

®
BIG-PLUS

L1
!
’ Effective cutter length A

ap
S R
=== o =
S [ ———
il
BIG-PLUS (BBT Shank) tools can be used on both BIG-PLUS spindles and conventional BT spindles.
Cutter Effective ;
5 ; Number Weight
dlazrgiter Model CLljétrl]g?headge oD L L+ A of inserts| 'Msert Model (kg)
16 BBT30-FCR16082L- 85 85 63 45 2 BRG 1608 ][] 0.5
20 -FCR20082L- 85 8 @G 85 63 50 2 BRG2008[_ ][] 0.53
25 -FCR25082L- 85 85 63 50 2 BRG2508[ ][] 0.6
32 -FCR32102L- 85 10 85 63 60 2 BRG3210[ ][] 0.68
BBT40-FCR16082L-105 105 78 45 1.3
il 2 BRGH1
6 120 8 60 120 93 5 G1608[J] 7
-FCR20082L-120 120 93 60 1.4
20 8 60 2 BRG2008
-135 135 108 60 U 1.5
-FCR25082L-135 135 108 75 1.5
25 8 60 2 BRG2508|
-150 150 123 75 = == 1.7
-FCR32102L-135 135 108 80 1.7
32 10 60 2 BRG3210
-150 150 123 90 —= 1.9
1. Wrench included. Inserts must be ordered separately.
W Adapter
. f . FCR = 225mm
- An adapter for use of the BBT40 (FULLCUT MILL) on BBT50/BT50 machines. Max. Ldimension o0 one
i ;
BBT40
BBTS50 BBTS0 FULLCUT MILL Body
Model £
o
S 'S BBT50-BBT40-50 50
-90 90

Combination with the Long Type enables further workpiece
interference countermeasures.

@GlioxAa

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1

ENDMILLING

2/22



7/11/24, 4:38 PM General Catalog | BIG DAISHOWA SEIKI CO., LTD.

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT M’LL FCR Type Cutter diameter: @16 - 632

Evolved rigidity realizes both heavy and stable ramping.

s ) ) A0S
et o o\ =t &
BDV Integrated Type \\0“‘ 2 Y G

[Standard Type]

DUAL CONTACT

| BIG-PLUS (BDV Shank) tools can be used on both BIG-PLUS spindles and conventional DV spindles. \

di%rﬁeetrer Model cuEtfifr? Ct;!ege oD1 L L1 A Number Insert Model Bl

oDc length ap of inserts (k)
BDV40-FCR16082- 85 85 65 25 1.3
16 -120 8 52 120 100 30 2 BRG1608[][] 1.5
-135 135 115 25 1.6
-FCR20083- 85 85 65 35 1.2
20 -120 8 52 120 100 30 3 BRG2008[ ][] 1.6
-135 135 115 30 st/
-FCR25083- 85 85 65 40 1.3
25 -120 8 52 120 100 45 3 BRG2508[][] 1.6
-1356 135 1156 35 1.8
-FCR32103- 85 85 65 45 1.4
32 -120 10 52 120 100 50 3 BRG3210C1] 1.7
-135 135 115 40 1.9

1. Wrench included. Inserts must be ordered separately.

ENDMILLING
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INDEXABLE INSERT ENDMILL CUTTER

Cutter diameter: 216 - 232 FULLCUT M’LL FCR Type

A9 ‘ g a9
aet i N9 e dt\\“
HSK Integrated Type \\o“\ e €

[Standard Type]
® Model Descrlpﬂon L
75
/-..‘7 T T FL dimension gg:#glng Effecti »
! Number of inserts Hao ective cutter length A
Effective cutting edge length ap ap
Cutter diameter oDc
S 3 HSK SHAN KFI\?: e i | —
Cool_ant Pipe [ IY%-r-1 - —
. (Optional)
\vo
A Type
Cutter Effective ;
diaﬂrB %ter Model Clllétrll g(};hegpge oD1 oDz L L1 A 0'}' lf:;gﬁrs Insert Model V\'(f('g%ht
16 HSK-A50-FCR16082- 75 75 41 27 2 BRG1608[ 1] 0.5
20 -FCR20083- 75 8 32 40 75 41 28 3 BRG2008[ ][] 0.6
25 -FCR25083- 75 75 41 33 3 BRG2508[1[] 0.6
32 -FCR32103- 75 10 — 5 41 39 3 BRG3210(1(] 0.7
HSK-A63-FCR16082- 85 85 51 25 0.9
16 -120 8 45 50 120 86 30 2 BRG1608[1[] 1
-135 135 101 25 12
-FCR20083- 85 85 51 32 1.0
20 -120 8 45 50 120 86 30 3 BRG2008[ ][] i
-135 135 101 30 13
-FCR25083- 85 85 51 35 1.0
25 -120 8 45 50 120 86 45 3 BRG2508( 1] 1.2
-135 135 101 35 14
-FCR32103- 85 85 51 40 1.1
32 -120 10 45 50 120 86 50 3 BRG3210[ 1] 1.4
-135 135 101 1.5

bl m
? ? utting conditions J7
2. Coolant pipe is not included. SR

Coolant Pipe = ACaution """"""""""""""""

: For machines capable of supplying coolant through the spindle, the Coolant Pipe

: should be fitted to all the holders to protect against accidental selection of coolant.

[MonoBlockType]l @ === eeeeeeeeeeeeeeceeecceccccecece-mamaa-
@ Some machine tool builders may recommend the Mono

Block Type. Check with the machine when selecting Mono M a4 & OB
Block or 1° Swing Type. HSK25-CP 5 M 8xP1 25
& HSK32-CP 6 M10xP1 3 V//
HSK40-CP 8 M12xP1 4
HSK50-CP 10 M16xP1 5
_ 9 HSK63-CP 12 M18xP1 6
[1° Swing Type]
@ The DIN standards require movement range of +1°. Model oD G Wrench Model
An exclusive wrench (optional) is reqwred when attaching (Optional)

the 1° Swing Type to a holder. HSK40-CPM 8 M12xP1 | CPW-40
HSK50-CPM 10 M16xP1 | CPW-50
@ HSK63-CPM 12 M18xP1 CPW-63

ENDMILLING
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INDEXABLE INSERT ENDMILL CUTTER

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

FULLCUT MILL rcr 1ype

Cutter diameter: 16 - 233

L
[Long Type] Manual Lt
C‘;g‘P'”Q Effective cutter length A
P,
T a0k
= == | —r 3 % 2
i [ —
Coolant Pipe (U 1Y% -1 d
(Optional)
A Type
Cutter Effective :
X Number Weight

dl?an&ecter Model Clilétrll ré hegge oD+ oD: L L4 A orInSCtis Insert Model (ka)
16 HSK-A63-FCR16082L- 85 8 15 50 85 51 40 5 BRG1608C10] 0.9
-120 120 86 45 1.0
-FCR20082L-105 105 71 50 il
20 120 8 45 50 120 6 50 2 BRG2008[ ][] 12
-FCR25082L-105 106 71 55 1]

25 8 45 50 2 BRG2508|
-120 120 86 65 c= 1l
-FCR32102L-120 120 86 70 1.4

32 10 45 50 2 BRG3210|
-135 135 101 80 - 1.4

e

. Wrench included. Inserts must be ordered separately.

2. Coolant pipe is not included‘E‘fm

«\‘\\ 0o
Cylindrical Shank Type “ = e\

@ Highly versatile Cylindrical Shank Type.
Make cutting easier by combining with the BI6) MEGA DOUBLE
POWER CHUCK!

[Oversize]

Cutter diameter is 1IMM larger than shank diameter,
preventing workpiece interference (except ST28).

(e ‘“‘\\“\

m g Cutting conditions J 7

9 d“\\mg

.U . We recommend the (BIG) MEGA DOUBLE
kf _POWER CHUCK for chucking.

® Model Descnpﬂon L
[ST15]-[FCR - *m Effective cutter
c L dimension Ls Iength A
Numberof inserts ~-Tﬁ-§2
ffectave cutting edge length ap
Cutter diameter oDc » . o
FCR Type %]: = = = %
Cylindrical shank diameter i
Cutter Effective N Weight
dlagrgiter Model oDs Clilétr!lg? egﬁe L A Ls o ngstrs Insert Model (i'g)
16 ST15-FCR16082-120 15 8 120 25 95 2 BRG1608[ ][] 0.2
17 ST16-FCR17082-120 16 8 120 25 95 2 BRG1608[ ][] 0.2
ST19-FCR20082-165 165 135 2 0.4
il
i -FCR20083-135 . £ 135 = 105 3 o 03
ST20-FCR21082-165 165 135 2 0.4
2! -FCR21083-135 2 5 135 =0 105 3 Bratem 0.3
ST24-FCR25082-180 180 145 2 0.7
2 24 8 35 BRG2508|
° -FCR25083-150 150 115 3 i L 0.6
ST25-FCR26082-165 165 127 2 0.6
2 Bl
@ 0 -FCR26083-150 28 é 150 20 112 3 HG2s00CIE 06
5 ST28-FCR32102-180 180 132 2 1
= & -FCR32103-180 = = 180 42 132 3 e 1.0
2 ST32-FCR33102-180 180 132 2 i
Z 33 32 1l 48 BRG3210|
i -FCR33103-180 0 180 132 3 Gk 1.0

1. Wrench included. Inserts must be ordered separately.
2. Lower the cutting parameters as needed for long projection length and 3 inserts models.

3. 2-insert models are recommended for medium or heavy milling of slots or pockets.
4. For medium or heavy slot milling or ramping with projection length exceeding 2.5 times the diameter, 2-insert models are recommended.

| J5 (C1(D)

m @' Cutting conditions J7'
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL Fcr 1ype

M Insert

- Exclusive design with relief angles and rake angles optimized

for each cutter size.

Insert Marking Description

- \\7 @ Model Description Insert size ok o
nsert size :
Q : [BRG16] [08) [08][ACP300 ]| Iz =
Grade 25@ lhsert %Insen P3: ACP300
Nose Radius 177 grade grade  3F: ACM300F
Effective cutting edge length:
016-26..08 @32 -33..10
Insert grade
Cutter Effective cutting ;
diameter Irse (el edge length hoseiacius ACP300 ACM300F ACZ310 DS20
(for steel) (for stainless steel) |  (for cast iron) (for aluminum)
016, 017 BRG160808 8 @ @) O O
220, 021 BRG200808 8 0.8 O @ O @)
025, 026 BRG250808 8 ’ O O @ ©
BRG321008 10 O O O ©
032, 233
BRG321032 10 3.2 - = = O
1. Inserts are available in packets of 10 pcs. :
Please specify the insert model number and grade when ordering. = CaAUON o e s e sows s sy s

Insert Grade Description

¢ Inserts are exclusive for each cutter diameter. Be sure to purchase an insert suited to the
cutter diameter, as the use of a different insert may cause problems.
* Not compatible with inserts for FULLCUT MILL FCM Type.

ACP300

Material for general steel, with a super
multi-layered PVD coating on a super-
tough substrate. Excellent chipping
and thermal fracture resistance allows
interrupted cutting as well.

ACMB300F

ACZ310

Uses a new coating with improved
smoothness and adhesiveness on a newly
developed ultra-hard carbide substrate.
Excellent welding and chipping resistance,
and capable of stable stainless steel

Material for cast iron and ductile cast iron
machining, with a PVD multilayer coating
on an ultra-fine particle alloy substrate.
Highly wear-resistant and also resistant to
machine impact.

machining.

DS20

Material for non-ferrous metals, with a
special diamond coating (DLC) realizing
high adhesion and low friction, on K20
class carbide.

M Insert Clamping Screw Set

- Insert clamp screws and tightening wrench are consumables. Order periodically for replacement or spares.

@ Insert Clamping Screw Set

Screw x 10 pcs

Wrench x 1 pc%
e

@ Driver-Type Wrench

=

Cutter diameter Insert Model Set Model Wrench Model
216, 017 BRG1608[ ][]
020, 021 BRG2008[ ][] S$2506DS DA-T8
025, 026 BRG2508[ ][]
032, 233 BRG32100]] S3508DS DA-T15

€./(/D) J6 |
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcr 1ype

| Cutting Conditions

Ramping/Helical Milling

i Material C:\lr]gsrgtset;el Unsalleog;ed F&%gi‘aﬁ%?:g Stainless Steel E%?lgﬁ?l Cast Iron Aluminum
diameter Insert grade ACP300 ACMS300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
Cutting speed V¢ (m/min) 100 - 200 150 - 220 60 - 80 100 - 150 60 - 80 100 -180 200 - 1,000
R Feed rate fz (mm/t) 0.06 - 0.12 0.06 - 0.12 0.05 - 0.08 0.08-0.16 0.06 - 0.1 0.08-0.18 0.06 - 0.24
Cutting speed Ve (m/min) 100 - 200 150 - 200 60-100 120- 150 60 - 100 100 - 180 200 - 1,000
palsaze Feed rate fz (mm/t) 0.08-0.2 0.08-0.2 0.05-0.1 0.12-02 0.06 - 0.1 0.02-0.18 0.1-0.35
Cutting speed Ve (m/min) 100 - 200 150 - 200 60 - 100 120 - 150 60-120 100 - 180 200 - 1,000
e Feed rate fz (mm/t) 0.08-0.2 0.08-0.2 0.05-0.1 0.12-0.2 0.08-0.12 0.06 - 0.2 0.1-0.35
Shoulder Milling/Slotting
T Material C:I:gsnStS;z?I Unsagaoey;ed g%g‘aﬁ%?fg Stainless Steel 1}%?15’1‘ ?‘)9' Cast Iron Aluminum
diameter Insert grade AGP300 ACM300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
Cutting speed Vc (m/min) 100 - 200 100 - 200 60 - 80 120 - 180 80-120 100 - 180 200 - 1,000
gt Feed rate fz (mm/t) 0.08 - 0.18 0.08-0.18 0.05-0.1 0.12-0.18 0.08-0.12 0.08-0.18 0.1-0.3
Cutting speed Ve (m/min) 100 - 200 100 - 200 60 - 100 120-180 80-120 100 - 180 200 - 1,500
R Feed rate fz (mm/) 0.08 - 0.2 0.08-0.2 0.05-0.1 0.12-0.2 0.08-0.12 0.08 -0.2 0.1-0.35
ﬂmﬁ@
Peck-drilling
o Material Cﬁﬁgsnsfetggel Ung'lfleogled Igt?%;raé%zgfg Stainless Steel -I—(%?(lg}?;el Cast Iron Aluminum
diameter Insert grade ACP300 ACM300F ACZ310 DS20
Cutting fluid Dry/Air Blow Air/Wet
Cutting speed Ve (m/min) 80-120 80-120 60 80-120 60 - 80 80- 160 200 - 350
da s Feed rate per rev. f (mm/rev)| 0.06 - 0.1 0.06 - 0.1 0.04 - 0.06 0.05-0.08 0.05-0.08 0.06 - 0.1 0.06 - 0.1
Cutting speed Vc (m/min) 100 - 160 100 - 160 60 - 100 100 - 160 60-100 80-180 200 - 500
ped-o2t Feed rate per rev. f (mm/rev)| 0.1-0.25 0.1-0.25 0.1-0.25 0.12-0.25 0.1-0.2 0.08-0.3 0.1-0.3
Cutting speed Ve (m/min) 100 - 160 100 - 160 60 - 100 100 - 160 60-100 80-180 200 - 600
PRS- Feed rate per rev. f (mm/rev) 0.1-03 0.1-03 0.1-03 0.12-0.3 0.1-02 0.08 -0.4 0.1-03

ENDMILLING

= Dry cutting is recommended for stainless steel as well; however, wet cutting may extend insert life in case severe built-up edge occurs.

- A Caution

: +This table is a guideline for selecting cutting parameters. Adjust them as needed according to the machine and workpiece conditions.
1 *Be sure to use safety enclosures, as chips may scatter.
: * Do not use oil-based cutting fluid, as there is a risk of fire.
1
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL Fcr 1ype

@ Ramping @ Helical milling @ Peck-drilling

Pitch &
Traverse distance

A
(/18

Axial L’_u e 9
cutting | L Max. ramping

depth ; g3

Ramping Blind Hole Helical Milling Thieol fhok Hellcad Peck-drilling
Cutter i)
diameter : ; ; ; .
Max. ramping |Min. traverse Max. y Min. : Min. : Min.
angle distance diameter edpital diameter IR i diameter Seapichl e dpenn movement
216 230 2.3 027 1.8 @22 0.9 14
0.5
@17 232 24 229 1.9 024 1.1 15
020 238 28 a35 2.4 029 1.4 18
153
@21 240 3.1 37 2.6 031 1.6 19
3° 1
@25 048 3.7 045 3.2 239 23 23
226 250 3.9 o047 3.4 241 2.4 24
232 262 4.9 259 4.4 248 26 30
191 2
@33 064 5.1 061 4.6 250 27 31
1. Helical milling values are the values when corner radius is R0.8.
2. Use a ramping angle of 3° or below for ramping and helical milling.
3. Minimum traverse distance values for ramping are the values at maximum ramping angle and maximum axial cutting depth.
Maximum axial cutting depth values are the values at effective cutting edge length.
Ramping calculation
ap =L xtan 8 ap : Axial cutting depth [mm]
ap L : Traverse distance [mm]
= tan 8 8 :Ramping angle [°]
Helical milling calculation
P=lcxtand P : Pitch [mm] 8 : Ramping angle [
Lc : Circumference length of tool center trajectory [mm]
Lc=nx (D-Dc) Dc : Cutter diameter [nm] D : Machining hole diameter [mm]

€./(/D) J8 |
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcr 1ype

| APPLICATION EXAMPLES

S50C helical machining was accomplished stably at
1,100mm/min feed, with excellent perpendicularity.

FULLCUT MILL Model

BBT40-FCR20083-120

Insert Model

BRG200808 (ACP300)

Workpiece material S50C/Air blow
Cutting speed Vc (m/min) 150
Feed Vf (mm/min) 1,100
Axial cutting depth ap (mm) 2mm x 3 times
Machining hole diameter 038

Even with less-rigid workpiece with 3mm bottom thickness
clamped by a vise, machining at 4,300mm/min feed on
both sides of the workpiece is achieved.

FULLCUT MILL Model BBT40-FCR20083-85
Insert Model BRG200808 (DS20)
Workpiece material A2017/Air blow
Cutting speed V¢ (m/min) 750
Bottom Feed Vf (mm/min) 4,300
thlgrlfanﬁss Axial cutting depth ap (mm) 6mm x 3 times
Radial cutting depth ae (mm) Max. 20

Side holes caused frequent machining defects with
conventional @30 drilling, while helical machining achieved
excellent stability.

No problems with machining

surface or steps either.

FULLCUT MILL Model BBT40-FCR25083-85
Insert Model BRG250808 (ACP300)
Workpiece material SS400/Dry cutting
Cutting speed Vc (m/min) 160

Feed Vf (mm/min) 600

Hole depth (mm) 25

Even with less-rigid cantilever chucking of a workpiece on

a millturn machine, low cutting resistance allowed high-
precision, high-efficiency machining with no problems.

FULLCUT MILL Model

BBT40-FCR16082-85

Insert Model BRG160808 (ACP300)
Workpiece material S45C/Dry cutting
Cutting speed Vc (m/min) 160

Feed Vf (mm/min) 650

Axial cutting depth ap (mm) 2

Radial cutting depth ae (mm) 10

Depth 15 e i

ENDMILLING

Excellent surface finish for indexable insert endmills, and

no finishing required. No problems with steps either.
Achieved 7 times greater cutting efficiency than
conventional carbide drills and endmills.

FULLCUT MILL Model

BBT40-FCR20083-85

Insert Model

BRG200808 (DS20)

Workpiece material A2017/Wet cutting
Cutting speed Vc (m/min) 350

Feed Vf (mm/min) 2,000

Axial cutting depth ap (mm) 5mm Peck-drilling
Radial cutting depth ae (mm) 20

EEX@BI6>
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INDEXABLE INSERT ENDMILL CUTTER

Cutter diameter: 216 - 850

FULLCUT MILL Fcm 1ype

Indexable insert endmills which combine sharpness and toughness are
comparable to solid endmills.
@ Abundant variations from cylindrical shanks to DUAL CONTACT integrated types.

A0S,
BBT Integrated Type ou\de‘ -

[Standard Type]

\@

DUAL CONTACT

| =

®
BIG-PLUS

® Model Description

[BBT30] - [FCM] F L
L dimension
urnber of inserts L1
Effective cutting edge length ap Effective cutter
Cutter diameter oDc length A
FCM Type
*\ BIG-PLUS BT No.
L.ap
ol =
8 3
BIG-PLUS (BBT Shank) tools can be used on both BIG-PLUS spindles and conventional BT spindles.
Cutter Effective ;
x ) Number Weight
dla:argiter Model CLIJngIB?heajge D1 L Li A e Insert Model (ko)
16 BBT30-FCM16092- 65 43 23 2 ARG1609[][] 0.48
20 -FCM20093- 65 9 40 65 43 28 ARG2009[ ][] 0.49
-FCM25093- 65 43 33 0.52
= -105 & | 42 105 83 34 3 i 57
22 -FCM32113- 65 40 65 43 38 ARG32110T0] 0.56
-105 & | - 42 105 83 44 0.83
40 -FCM40114- 50 25 4 0.54
= 50 28 ARG4011
50 -FCM50115- 50 28 5 == 0.65
BBT40-FCM16092- 85 55 85 58 23 1.2
-105 58 105 78 30 1.3
1l 2 ARG1
2 -120 E 60 120 93 o5 fEE 14
-150 150 123 17
-FCM20093- 85 55 85 58 28 22
-105 58 105 78 35 1.3
2 9 ARG2009
0 -120 60 120 93 30 3 c —= 14
-150 150 123 1.8
-FCM25093- 85 55 85 58 33 1.2
25 -120 9 58 120 93 45 3 ARG25090 1] i:5
-135 60 135 108 40 1.6
-165 165 138 1.9
-FCM32113- 85 55 85 58 38 1.3
-120 58 120 93 60 1.6
32 1135 il o 135 108 50 3 ARG3211[1[] 17
-165 165 138 40 2.2
-FCM40114- 85 55 85 58 43 14
-120 58 120 93 65 1.8
40 -135 " 60 135 108 60 4 2.0
-165 165 138 50 25
-FCM50115- 70 = 70 a3 38 i SERE) e
-120 120 93 65 2.2
ilil
= -135 60 i35 108 60 5 2.4
-165 165 138 50 3.0
1. Wrench included. Inserts must be ordered separately. g Inserts J18

2. For medium/heavy grooving exceeding L = 120mm at 20 or L = 135mm at 925 or more, we recommend the LONG TYPE (next page).
In such cases, 2-flute LONG TYPEs can perform machining using several times greater axial cutting depth, achieving machining efficiency
significantly higher than 3-flute models.

@ Cutting conditions J19
€./(D) J10 |
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT M’LL FCM Type Cutter diameter: 16 - @32

)
BBT Integrated Type 0“\(\et o

[Long Type]

DUAL CONTACT

L

| L1
‘ Effective cutter length A

M
W
oDc | |8
oD1

BIG-PLUS (BBT Shank) tools can be used on both BIG-PLUS spindles and conventional BT spindles.

Cutter Effective T Weight
diamet Model ti d D L L A - Insert Model g
m@nsi er odel c?er:g?heg?e eD1 1 of inserts| Msert Mode (ka)
16 BBT30-FCM16092L- 85 63 45 ARG1609[ ][] 0.5
20 -FCM20092L- 85 9 40 85 63 50 2 ARG2009( ] 0.54
25 -FCM25092L- 85 63 50 ARG2509( (] 0.6
32 -FCM32112L- 85 il 63 60 ARG3211[][] 0.69
BBT40-FCM16092L-105 105 78 1.3
16 9 60 4 2 ARG1609!
-120 120 93 2 sl 1.4
-FCM20092L-120 120 93 14
20 135 9 60 135 108 60 2 ARG2009[ ] 15
-FCM25092L-135 135 108 1.5
25 150 9 60 150 123 75 2 ARG2509( ][] 17
-FCM32112L-135 135 108 80 -7
32 11 60 2 ARG3211
-150 150 123 90 & == 1.9
1. Wrench included. Inserts must be ordered separately. @ Inserts J18 E Cutting conditions J1 9
Il Adapter
- An adapter for use of the BBT40 (FULLCUT MILL) on BBT50/BT50 machines.
1=
BBT50
Bren Max. L dimension RO = 2 i
) FCM = 255mm
— g — FULLCUT
BBT50 MILL Body
Model L
BBT50-BBT40-50 50 |
-90 90 Combination with the Long Type enables further workpiece

interference countermeasures.

ENDMILLING

LJ11 (1)
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Cutter diameter: 16 - @50

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT M’LL FCM Type

BDV Integrated Type

[Standard Type]

DUAL CONTACT

| 2=

®
BIG-PLUS

k.

L1
Effective cutter length A

BDV No. o3P
|

= o <

I il

| BIG-PLUS (BDV Shank) tools can be used on both BIG-PLUS spindles and conventional DV spindles. |

Cutter Effective

diazrgiter Model Cngtriln?hegge D1 [ L A g‘::;gﬁrs Insert Model W(i'g)ht
BDV40-FCM16092- 85 85 65 23 2
16 -105 9 52 105 85 35 2 ARG1609[ ][] 1.8
-120 120 100 34 1.4
-FCM20093- 85 85 65 35 1.2
20 -105 9 52 105 85 40 3 ARG2009[ ][] 1.3
-120 120 100 39 1.4
-FCM25093- 85 85 65 33 1.2
25 -120 9 52 120 100 45 3 ARG2509[ ][] 1.4
-135 135 115 40 1.6
-FCM32113- 85 85 65 38 12
32 -120 1 52 120 100 60 3 ARG32110 1.5
-135 135 115 50 1.7
-FCM40114- 85 85 65 45 1.4
40 -120 11 52 120 100 65 4 ARG40110]] 1.7
-135 135 115 60 2.0
-FCM50115- 70 70 50 50 1.5
50 -120 " 52 120 100 100 5 ARG4011[][]J 22
-135 135 ili15 ii5; 2.4

1. Wrench included. Inserts must be ordered separately.

@ Inserts J18 @ Cutting conditions J19

@GlioxAa

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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ENDMILLING

INDEXABLE INSERT ENDMILL CUTTER

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

FULLCUT MILL rcm 1ype

Cutter diameter: 916 - 850

e
R o
HSK Integrated Type El
[Standard Type] (HSK-A)
_ . = L
A Manual Li
< ; ““ Slalmping Effective cutter length A
" : ole
/ N 7 ’ ® Model Description ap
& [HsiAdol-[Fom [16]09] [2)- 651 T2
~ SR A b L dimension L= ===l
R Number of inserts il L
! § Effective cutting edge T i = 8 a a
— length ap L e 8 ©
g </ ¢ Cutter diameter eDc Coolant 77“ i
4 FCM Type Pipe / '
HSK SHANK No. (Optional) 1
A Type
Cutter Effective i
il o s el Wl O (O = Wil
16 HSK-A40-FCM16092- 65 25 23 2) ARG1609( 1] 0.28
20 -FCM20093- 65 9 a4 a7 28 ARG2009[ ] 0.3
25 -FCM25093- 65 5 a5 3 ARG2509[ ] 0.34
32 -FCM32113- 65 _ ARG3211[][] 0.39
40 -FCM40114- 65 1 4 0.47
50 -FCM50115- 65 - - e s
16 HSK-A50-FCM16092- 75 23 2 ARG1609( ][] 0.6
20 -FCM20093- 75 9 32 o . 28 ARG2009(]C] | 0.6
25 -FCM25093- 75 75 33 3 ARG2509[ ][] 0.6
32 -FCM32113- 75 39 ARG3211[]C] | 0.7
40 -FCM40114- 75 11 - 4 0.9
50 -FCM50115- 75 - - ) el N
HSK-A63-FCM16092- 85 85 51 23 0.9
-105 105 71 30 1.0
16 120 9 45 50 120 36 25 2] ARG1609[ 1] ==
-150 150 116 25 1.3
-FCM20093- 85 85 51 28 1.0
-105 105 71 35 1l
20 120 9 45 50 120 26 20 3 ARG2009[ ] 12
-150 150 116 30 1.4
-FCM25093- 85 85 51 33 1.0
=120 120 86 45 1.2
25 135 9 45 50 135 101 20 3 ARG2509[ 1] 13
-165 165 131 40 1.5
-FCM32113- 85 85 51 38 1
-120 120 86 60 1.3
32 135 1 45 50 135 101 50 3 ARG32110L]] =/
-165 165 131 40 7
-FCM40114- 85 85 51 43 1.3
-120 120 86 65 1.5
40 11 45 50 4 ARG4011
-135 135 101 60 . 1
-165 165 131 50 241
-FCM50115- 70 70 28 28 1.3
-120 120 78 78 19
50 135 11 = 53 135 %3 o3 5 ARG4011[]] Y
-165 165 123 123 2.8
1. Wrench included. Inserts must be ordered separately.

2. Coolant pipe is not included. See page Sm

J13 (©1(D)

@ Cutting conditions J 19

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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Cutter diameter: 216 - 232

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

A
s
HSK Integrated Type S0
[Long Type] (HSK-A)
S L
't:\ L1
M | i
v & o) Clgrr#;ng Hole Effective cutter length A
\ Sy /
W :
N N
T N Q
N
R ’ Coolant Pipe I
| (Optional) '
A Type
Cutter Effective i
dia:arB%ter Model cu.llétri‘ ggt;hegé)e oDs oD: L Lt A o’;l l#:;gﬁ; Insert Model V\’(tlilg)ht
HSK-A63-FCM16092L- 85 85 51 40 0.9
16 120 9 45 50 120 36 5 2 ARG1609[ ] 10
-FCM20092L-105 105 71 50 1l
20 120 9 45 50 120 6 50 2 ARG2009[ 1] 12
-FCM25092L-105 105 71 55 14
25 120 9 45 50 120 %6 65 2 ARG2509[ ] 12
-FCM32112L-120 120 86 70 1.3
32 135 1l 45 50 135 101 80 2 ARG3211]] =
1. Wrench included. Inserts must be ordered separately. w
2. Coolant pipe is not included. See page@’ E? E? Lttg condHions J19
[Standard Type] (HSK-E)
B
2
L1
g ES n 09) Coolant Pipe Effective cutter length A
: " a (Optional) lap
| S LT_' I%_l dimension
\ § Nurmber of inserts |
T ) i Effective cutting edge length ap At 8 =
\{‘ Cutter diameter 616 8l °
: FCM Type 0
HSK-E SHANK No.
E Type
Cutter Effective .
diameter Model cutting edge D1 E L1 A Number of Insert Model Mg
oDc length ap inserts (k)
HSK-E25-FCM16092-45 19 45 35 23 0.08
16 -E32-FCM16092-55 9 26 55 35 23 2 ARG1609[ ][] 017
-E40-FCM16092-65 34 65 45 28 0.27

1. Wrench included. Inserts must be ordered separately.
2. Coolant pipe is not included. See page

E? Inserts J18 &' Cutting conditions J 19

= & L0 10T o

I

1 As the HSK-E type interface does not have drive key grooves, there is a risk that it may slip in the machine spindle and damage it if cutting load exceeds clamping force
: of the machine tool. Starting from the lowest possible conditions, increase them gradually while observing the cutting status, and find the optimum with sufficient safety
1

i

margin.

€./(1D) J14]

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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ENDMILLING

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

General Catalog | BIG DAISHOWA SEIKI CO., LTD.

Cutter

diameter: @16 - 850

)
BIG CAPTO Integrated Type m\>\°°‘

[Standard Type]

y \ B

N
~

® Model Description

CAPTO is a trademark licensed by Sandvik Coromant.

L1

Effective cutter length A

£ [C5]- [16] [09] - i
¥ A L dimension ’—*
< ;}} Number of inserts ‘
“\.j ' . Effective cutting edge
e length ap
\" Cutter diameter eDc et ; ! 8l a
'/ 7 FCM Type B 8| @
N> :D
C5/C6
Cutter Effective ;
die;nl:l)%ter Model CIIJ;:B egge D1 1L L1 A 0"#?:;2?‘; Insert Model W(eklg)ht
C5-FCM16092 - 65 40 65 45 23 0.5
1 2 ARGT
6 - 90 o 44 90 70 30 il nll S
-FCM20093 - 65 40 65 45 28 05
20 — 9 T - = = 3 ARG2009010] —
-FCM25093 - 65 40 65 45 33 0.6
2 9 ARG25
2 - 90 44 ) 70 40 : SN oy
-FCM32113 - 65 40 65 45 38 0.6
32 — 11 - = — " 3 ARG321MO0 ——
: Foor R 2
o -FCM50115 - 50 T 50 | %0 | 25 | B
- 90 90 70 65 1.0
C6-FCM16002 - 85 & " 85 63 24 11
16 -110 & 9 110 88 30 2 ARG160901] | 1.2
-135 & 60 135 113 27 i3
-FCM20093 - 85 & - 85 63 28 1.1
20 -110 & 9 110 88 34 3 ARG2009010] | 1.2
-135 & 60 135 113 32 14
-FCM25093 - 85 & e 85 63 a3 11
25 -110 & 9 110 88 47 3 ARG25090]] | 1.2
-135 & 60 135 113 44 1.4
-FCM32113 - 85 & o 85 63 38 12
32 -110 & 11 110 88 61 3 | ARGt | 14
-135 & 60 135 113 54 16
-FCM40114 - 85 & = 85 63 44 14
40 -110 & 11 110 88 65 4 16
-135 & 60 135 113 61 2.0
RG4011
-FCM50115 - 70 & 59 70 48 43 AHCOHBE ey
50 -110 & 1 - 110 88 70 5 2.0
-135 & 135 113 72 24

1. Wrench included. Inserts must

J15 (€[]

be ordered separately.

E? Inserts J18

& Cutting conditions J19

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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INDEXABLE INSERT ENDMILL CUTTER

Cutter diameter: g12 - 350 FULL CUT M’LL FCM Type

Joes “i\\\.\“g \,‘ " We recommend the (BIG) MEGA DOUBLE
Cylindrical Shank Type ot W% 2 POWER CHUCK for chucking.

.

@Highly versatile Cylindrical Shank Type.
Make cutting easier by combining with the MEGA DOUBLE
POWER CHUCK!

L

Cutter diameter Effective cutter length
from @12 - Ls A

ap
® Model Description %
TS - A -9 8| g
L dimension
Number of inserts
Effective cutting edge length ap
T Cutter diameter oDc L e i
Cylindrical':s-(r::nl—ygi:meter Ls length A
Ah.@
7] LR
Fig. 2
Cutter Effective i
diz:argiter Model Fig. oDs Cﬂ&“hefge L A Ls :fll;l:;gﬁ; Insert Model V\Qeklgg)ht
12 ST16-FCM12091- 90 q 15 . - 0.1
14 -FCM14091- 90 16 90 17 ARG1609[ ][] 0.1
16 -FCM16092- 90 9 25 65 2 0.1
20 ST20-FCM20093-110 20 110 30 80 3 ARG2009[ ][] 0.2
25 ST25-FCM25093-120 25 120 35 85 ARG2509[ ][] 0.4
32 ST32-FCM32113-130 2 180 35 95 3 ARG3211[]] 0.7
i -FCM40114-130 e . 90 4 0.8
-180 180 40 140 ARG4011[][J =2
50 -FCM50115-130 130 90 5 1.0
1. Wrench included. Inserts must be ordered separately. @ Inserts J18

€./(/D) J16 |

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

Cutter diameter: 16 - @33

‘“(\\\'\‘:\%
Cylindrical Shank Type w ol

[Oversize]

Cutter diameter is Tmm larger than shank diameter,
preventing workpiece interference.

Non

iL_t ,'cl POWER CHUCK for chucking.

—— A L VIS

® Model Descri pt|on L
Effective cutter
F Ls length A
L dimension .
Number of inserts +—£
ﬁecﬂve cutting edge length ap =
Cutter diameter aDc A - = = 8
FCM Typr Q \\:\Cﬁ B
Cylindrical shank}:ilaemeter
Cutter Effective :
diégB zter Model @Ds ctl.létrig?hegge £ A Ls ol\fjti]r:rs‘zﬁ; Insert Model W(i'gg)ht
16 ST15-FCM16092-120 15 9 120 25 95 2 ARG1609( ][] 0.2
17 ST16-FCM17092-120 16 9 120 25 95 2 ARG1609(1] 0.2
ST19-FCM20092-165 165 135 2 0.4
i -FCM20093-135 L 2 135 # 105 3 el 0.3
ST20-FCM21092-165 165 135 2 0.4
=t -FCM21093-135 =0 9 135 =t 105 3 il L 0.3
ST24-FCM25092-180 180 145 2 0.7
25 -FCM25093-150 2 o 150 % 115 3 FREETLY 0.6
ST25-FCM26092-165 165 127 2 0.6
=2 -FCM26093-150 & 8 150 He 112 3 GG 0.6
ST28-FCM32112-180 2 11
32 28 il 180 48 132 ARG3211
-FCM32113-180 3 — 1.0
ST32-FCM33112-180 2 1
33 "FOM33113-180 32 il 180 48 132 : ARG32110[] 5

1. Wrench included. Inserts must be ordered separately.
2. We recommend 2-flute models for medium/heavy grooving.

D G

3. For medium or heavy slot milling with projection length exceeding 2.5 times the diameter, 2-insert models are recommended.

ENDMILLING

Machining of S55C

Model

ST32-FCM33112-180

Axial DOC ap (mm)

10mm x 10 steps

Cutting speed Vc (m/min)

120

Radial DOC ae (mm)

Max. 33mm

Feed rate fz (mm/t)

0.1

@ Machining was problem-free even under heavy cutting conditions of projection 110mm and ap 10mm.

)17 (1)

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

M Insert

Insert size

Insert Marking Description

) 1:ACZ310
® Model Description | Insert size 2:DS20
[ARG16] [09] [02][ACP300] " P2 : ACP200
Yeade \@E Insert Insert  pP3: ACP300
Nose Radius L grade grade 3F : ACM300F
Effective cutting edge length:
012-26..09 032 -50..11
Effective . Insert grade
" tti
Cutter diameter|  Insert Model e | mare | ACEID ACP200 ACMB300F ACZ310 DS20
length (for steel) (for pre-hardened steel) | (for stainless steel)| (for castiron) | (for aluminum)

e ARG160902 9 0.2 O = @ O @
160904 0.4 O O @ O @)
o) ARG200902 9 0.2 @ = © ©) O
: 200904 0.4 ©) O ©) @) ©)
ARG250902 0.2 @ = @ O @
220reet 250904 2 0.4 o 0 O 0 O
ARG321102 0.2 @ = @ ©) O
gis oo 321104 i 0.4 o 0 O O ®
ARG401102 0.2 O = O © O
i e 401104 i 0.4 O O O O 0

1. Inserts are available in packets of 10 pcs.

Please specify the insert model number and grade when ordering.

Insert Grade Description

_A Caution

Inserts are exclusive for each cutter diameter. Be sure to purchase an insert suited to the cutter
diameter, as the use of a non-compatible insert may cause problems.

* Not compatible with inserts for FULLCUT MILL FCR Type.

* Insert with nose radius 0.2 is for light cutting.

ACP300

Material for general steel, with a
PVD multilayer coating on an ultra-
tough substrate. Excellent chipping
and thermal fracture resistance
allows interrupted cutting as well.

ACP200

With multilayers of nano-order
TiAIN and AICrN on a high-
hardness base, it has superior wear
resistance in pre-hardened steel
machining.

ACMB300F

Uses a new coating with improved smoothness
and adhesiveness on a newly developed
ultrahard carbide substrate. Excellent welding
and chipping resistance, and capable of stable
stainless steel machining.

ACZ310

Material for cast iron and ductile cast
iron machining, with a PVD multilayer
coating on an ultra-fine particle alloy
substrate. Highly wear-resistant and
also resistant to machine impact.

DS20

Material for non-ferrous metals,
with a special diamond coating
(DLC) realizing high adhesion and
low friction, on K20 class carbide.

M Insert Clamping Screw Set

Both ACP300 and ACP200 can be used for steel machining ___
ACP200 has excellent wear resistance, while ACP300 has superb chipping
resistance. For steel machining, we recommend ACP300 the most

highly. ACP300 provides stable machining, but for even higher speeds or
when wear resistance is required, use ACP200. Note that ACP200 is not
recommended for heavy interrupted cutting or heavy cutting.

- Insert clamp screw and tightening wrench are consumables. Order periodically for replacement or spares.

@ Insert Clamping Screw Set
Screw x 10 pcs

Wrench x 1 pc%
e

@ Driver-Type Wrench

—

Cutter diameter Insert Model Set Model Wrench Model
12
° ARG1609(1C] 5260008
o014, 916, o17 DA-TS
020, 021 ARG2009[ ][] S$2506DS
025, 026 ARG2509[ 1]
832, 233 ARG32111
Z:g ARG4011000] S3508DS DA-T15

€./(/D) J18 ]

https://www.big-daishowa.com/webcatalog/big_general_catalog/book/print.html?open=0&start=502&end=523&fusenprint=1&memoprint=1
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ENDMILLING
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General Catalog | BIG DAISHOWA SEIKI CO., LTD.

INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

| Cutting Conditions

Shoulder Milling/Slotting

Light to medium cutting

_A Caution

¢ FULLCUT MILL FCM

Type cannot be used for

machining with Z-direction tool feed, such as

ramping or drilling.

- A Caution

* As the nose radius 0.2 insert is for light cutting, pay attention to the axial
and radial cutting depth and the feed rate.
» This table is a guideline for selecting cutting parameters. Adjust them as
needed according to the machine and workpiece conditions, considering

the cutting width as well.

EEX(BIG>

* For the oversize type, we recommend 2-flute models for medium/heavy slotting.
* Dry (or air blow) cutting is recommended for steel machining, except finishing.
Dry cutting is recommended for stainless steel as well; however, wet cutting may

S Material C/ilrlzsr]StSetglel Unalloyed Steel Pr(:g%rgg T)?C:eigseel Stainless Steel Cast Iron Aluminum
diameter Insert grade ACP300 ACP200 ACM300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
Cutting speed Ve (m/min) 150 - 250 180 - 250 80 - 140 140 - 180 100 - 200 200 - 750
glad Feed rate fz (mm/t) 0.1-0.2 0.1-0.2 0.08 -0.12 0.12-0.18 0.1-02 0.10-0.3
Cutting speed Ve (m/min) 1560 - 250 180 - 250 80 - 140 140 - 180 100 - 200 200 - 1,000
@it et Feed rate fz (mm/t) 0.1-0.2 0.1-0.2 0.08 -0.12 0.12-0.18 0.1-02 0.10-0.3
Cutting speed Vc (m/min) 180 - 280 200 - 280 80 - 140 140 - 200 100 - 200 200 - 1,500
ety Feed rate fz (mm/t) 0.1-0.24 0.1-0.22 0.08 -0.14 0.12-0.2 0.1-0.2 0.10 - 0.35
Cutting speed Vc (m/min) 180 - 280 200 - 280 80 -140 140 - 200 80 - 200 200 - 1,500
a Feed rate fz (mm/t) 0.1-0.24 0.1-0.22 0.08 -0.14 0.12-02 0.1-02 0.10- 0.35
Heavy interrupted cutting/Heavy cutting
i Material C.iﬁg%?égfl Unalloyed Steel | Stainless Steel Cast Iron Aluminum
diameter Insert grade ACP300 ACMS300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
Cutting speed Vc (m/min) 100 - 200 150 - 200 120 - 180 100 - 180 200 - 750
aleeid Feed rate fz (mm/t) 0.08 - 0.14 0.1-0.15 0.12-0.15 0.08-0.18 0.10-0.2
Cutting speed Vc (m/min) 100 - 200 160 - 200 120 - 180 100 - 180 200 - 1,000
pleyal Feed rate fz (mm/t) 0.08 -0.14 0.1-0.15 0.12-0.15 0.08-0.18 0.10-0.2
Cutting speed Vc (m/min) 100 - 200 160 - 220 120 - 180 100 - 200 200 - 1,500
225 - 233
Feed rate fz (mm/t) 0.1-0.16 0.1-0.15 0.12-0.15 0.08 -0.2 0.10-0.3
Cutting speed Vc (m/min) 100 - 200 160 - 220 120 - 180 100 - 220 200 - 1,500
240 - 250
Feed rate fz (mm/t) 0.1-0.16 0.1-0.15 0.12 -0.15 0.08 -0.2 0.10-0.3

extend insert life in case severe built-up edge occurs.
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT MILL rcm 1ype

| APPLICATION EXAMPLES

% All the following examples are dry cutting.

Slotting Only the FULLCUT MILL was able to achieve

; these parameters on a BT40 machine.
FULLCUT MILL Model BBT40-FCM32113-85
Insert Model ARG321104 (ACP300)
Workpiece material S50C
Cutting speed Vc (m/min) 150
Feed rate fz (mm/t) 0.12
Axial DOC ap (mm) 9

Excellent perpendicularity was achieved.

FULLCUT MILL Model BBT40-FCM32113-85
Insert Model ARG321104 (ACP300)
Workpiece material S50C

Cutting speed Ve (m/min) 200

Feed rate fz (mm/t) 0.15

Axial DOC ap (mm) 11

Radial DOC ae (mm) 5

Even at Vc = 200 and fz = 0.15, finishing surface
roughness of Rz = 2.53 was achieved.

FULLCUT MILL Model BBT40-FCM50115-70 Bottom surface
Insert Model ARG401104 (ACP300) roughness Rz
Workpiece material S50C BIG 2.53
Cutting speed Vc (m/min) 200 General Cutter A 3.75
Feed rate fz (mm/t) 0.15 General Cutter B 4.32
Axial DOC ap (mm) 1

Radial DOC ae (mm) 30

High-efficiency machining with SUS304

Difficult-to-Cut
N (feed Vf = 1,140mm/min) was achieved stably.

Material Machining
i FULLCUT MILL Model ST25-FCM25093-120
: ¥ Holder Model BBT50-MEGA25D-105
Insert Model ARG250904 (ACM300F)
Workpiece material SUS304
Cutting speed V¢ (m/min) 150
Feed rate fz (mm/t) 0.2
Axial DOC ap (mm) 9
Radial DOC ae (mm) 3
Aluminum High-Speed Excellent chips and surface roughness were achieved
Machining even in high-speed machining of duralumin A2017
B (spindle speed n = 12,000min™").
FULLCUT MILL Model BBT40-FCM16092-85
Insert Model ARG16094 (DS20)
Workpiece material A2017
Cutting speed V¢ (m/min) 600
Feed rate fz (mm/t) 0.15
Axial DOC ap (mm) 9

ENDMILLING

€./(i3) 20
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INDEXABLE INSERT ENDMILL CUTTER

FULLCUT M’L'— FCM Type Cutter diameter: 850, 963, 280, 3100

Qi
Arbor Type \\°“\wm

@ Compatible with the new-standard Face Mill Arbor type H.
Exhibits incredible cutting capacity even with #40 machining
centers or millturn machines.

. ‘ od
g ioti w
v ® Model Description ’1—1‘
=
L dimension
E
(o]

2 . Werecommend the (m FACE MILL ARBOH
# TYPE H for holders.
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Number of inserts
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ffective cutting edge length ap -
utter diameter eDc
G '\F/ Mounting part bore
FACE MILL ARBOR Type
(HType)
Cutter Effective cuttin i
. g Number Insert Weight
d'%"a%ter Mcctel edge lengthap | 29 2D L L L W | ofinserts Model (k)
50 FMH22-FCM 50115-40 5 ARG4011C][] 0.5
22 47 40 20 6 10.4
63 -FCM 63116-40 . 6 ARG6311[][] 0.7
80 FMH27-FCM 80116-50 60 2
27 50 22 7 12.4 6 ARG8011
100 -FCM100116-50 76 —a 2.0

1. A wrench and screws are included. Inserts must be ordered separately.
2. The [J[]] at the end of the Insert Model is the nose radius. Order them putting 02 for 0.2, 04 for 0.4 and 08 for 0.8 nose radius.

Minsert
Insert Marking Description
©® Model Description Insert size ; gg;éﬂ g
[ARG40] [ACP300] P2 ACP200
) H¢ Grsas EE Insert  P3: ACP300
lose Radius
d 3
Effective cutting edge length gieee SF: ACM300F
. Effective q Insert Grade
tt i
il Insert Model %dgs’ | radus | ACP300 ACP200 ACM300F ACZ310 DS20
length (for steel) (for pre-hardened steel)| (for stainless steel) | (for cast iron) | (for aluminum)
o ARG401102 11 0.2 O = ©) O @
ARG401104 11 0.4 @) o ) O ©
263 ARG631104 11 0.4 O o= @ = Q)
ARG631108 11 0.8 © O @) @) ®)
o ARG801104 11 0.4 ® - O = O
’ ARG801108 11 0.8 @ © © ©) ©)
1. Inserts are available in packets of 10 pcs.
Please specify the insert model number and grade when ordering. e A CAUEION: o srermrae momean o o s Sy it s St o ot

*Be sure to purchase an insert suited to the cutter diameter, as the use of a non-compatible insert
may cause problems.

* Not compatible with inserts for FULLCUT MILL FCR Type.

« Insert with nose radius 0.2 is for light cutting.

Insert Grade Description

ACP300 ACP200 ACMB300F ACZ310
Material for general steel, with a With multilayers of nano-order Uses a new coating with improved smoothness | Material for cast iron and ductile cast
PVD multilayer coating on an ultra- | TiAIN and AICrN on a high- and adhesiveness on a newly developed iron machining, with a PVD multilayer
tough substrate. Excellent chipping | hardness base, it has superior wear | ultrahard carbide substrate. Excellent welding | coating on an ultra-fine particle alloy
and thermal fracture resistance resistance in pre-hardened steel and chipping resistance, and capable of stable | substrate. Highly wear-resistant and
(ZD allows interrupted cutting as well. machining. stainless steel machining. also resistant to machine impact.
=
= DS20 Both ACP300 and ACP200 can be used for steel machining —

ACP200 has excellent wear resistance, while ACP300 has superb
chipping resistance. For steel machining, we recommend ACP300 the
most highly. ACP300 provides stable machining, but for even higher
speeds or when wear resistance is required, use ACP200. Note that
ACP200 is not recommended for heavy interrupted cutting or heavy
cutting.

Material for non-ferrous metals,
with a special diamond coating
(DLC) realizing high adhesion and
low friction, on K20 class carbide.
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FULLCUT MILL rcm 1ype

Minsert Clamping Screw Set

+ Insert clamping screws and tightening wrench are consumables. Order periodically for replacement or spares.

Screw x 10 pcs
Wrench x 1 pi

e

@ Insert Clamping Screw Set

ce.
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@ Driver-Type Wrench

=

Cutter Diameter Insert Model Set Model Wrench Model
ARG401102
250

ARG401104
ARG631104

063 ARGE31108 S$3508DS DA-T15
ROTI100 ARG801104
il ARG801108

| Cutting Conditions

Shoulder Milling/Slotting
Light to medium cutting

= A Caution

e FULLCUT MILL FCM Type cannot be used for machining
with Z-direction tool feed, such as ramping or drilling.

! Carbon Steel Pre-hardened Steel ; ;
e Material Alloy Steel Unalloyed Steel HRCA40 or less Stainless Steel Cast Iron Aluminum
diameter Insert grade ACP300 ACP200 ACM300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
g gg Cutting speed Vc (m/min) 100 - 220 150 - 240 80 -120 120-180 100 - 200 200 - 1,500
3138 Feed rate fz (mm/t) 0.10-0.24 0.10-0.22 0.08 - 0.14 0.12-0.20 0.10-0.25 0.10-0.35
Heavy interrupted cutting/Heavy cutting
. Carbon Steel - :
Siitter Material Alloy Steel Unalloyed Steel | Stainless Steel Cast Iron Aluminum
diameter Insert grade ACP300 ACM300F ACZ310 DS20
Cutting fluid Dry Dry/Wet
g gg Cutting speed Vc (m/min) 100 - 220 150 - 240 120 - 180 100 - 200 200 - 1,500
2188 Feed rate fz (mm/t) 0.08 -0.18 0.08-0.16 0.12-0.15 0.10-0.20 0.10 -0.30
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a2 & Caution

* As the nose radius 0.2 insert is for light cutting, pay attention to the axial and
radial cutting depth and the feed rate.

»This table is a guideline for selecting cutting parameters. Adjust them as needed
according to the machine and workpiece conditions, considering the cutting

width as well.

* Dry (or air blow) cutting is recommended for steel machining, except finishing.
Dry cutting is recommended for stainless steel as well; however, wet cutting may

extend insert life in case severe built-up edge occurs.

Perpendicularity and excellent
surface finish unrivaled in
indexable insert cutters

Machined with holder BBT40-FMH22-47-45
and Fullcut Mill FMH22-FCM63116-40

% The perpendicularity and surface roughness
will vary depending on the cutting conditions,
material, machine tool and workpiece rigidity.

£ | Cutting speed Vc (m/min) | 150 @I6
2 | Feed rate fz (mm/t) 0.1 e | 104m
=1
§ |Axial DOG ap (mm) 5 General 40um
& | Radial DOC ae (mm) 0.1 Cutter
o & | Cutting speed Ve (m/min) 250 Ra(pm) |Rz(pm)
4]
@E Feed rate fz (mm/t) 0.2 (mﬂ;lg) 0.51|2.89
2 D | Axial DOC ap (mm) 0.1 Genaral
£ | Radial DOG ae (mm) 50 Cutter | 1:96 | 7.77
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