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APHP | Advanced Pico Hard Precision — Modular Type

No. of
Teeth
High Efficient Air Hole Roughing Semi- Flnlshlng 1-8

<Coy i E
7 L—
1; @d, |@d;
:
A R Torque on screw: 2 mm
0.5 Nm oD  -0.046/-0,096

Modular Type

ID Code | ltem Code ‘ Flutes | oD H M Inserts
FH182 | APHP-1008R-1-M6 1 8 19 | 6.5 9.4

FH183 | APHP-1010R-2-M6 2 10 17 | 65 | M6 ] 145| 5 7

FH184 | APHP-1012R-3-M6 3 12 17 | 65 9.8 5.5

FH185 | APHP-1016R-4-M8 4 16 22 | 85 | M8 | 128 | 17 | 8 | 10 |6.215 EPHWO0402TN-2
FH186 | APHP-1020R-5-M10 5 20 25 | 10.5 | M10 | 17.8 19 10 15

FH187 | APHP-1025R-6-M12 6 25 | 25 | 125 | M12 | 20.8 22 17

FH188 | APHP-1032R-8-M16 8 32 | 27 | 17 | M16 288 | 6 | 23 | 12 | 22

INSERTS APHP | Advanced Pico Hard Precision — Modular Type

Tolerance PJP Coated D Coated
ID Code Item Code Class PJP08M PJP15M DO8M

WF210 EPHW0402TN-2 PJPO8M

Clamp Screw Wrench

Cutter body - Item-Code ID-Code Item-Code
Modular APHP-10... ET052 240-140 104-T6
2 © 2011 Hitachi Tool Engineering Europe GmbH
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ASC ||Carbide Shanks|for Modular Mills
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ID Code | Item Code

A Type
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Is | QD3| 0Ds| QD4| Type| Cutter body

C Type

FH137 | ASC10-6.5-74-24 94 | 74 24 | 44 | 50
[y FH138 | ASC10-6.5-114-49 65| M6 134 | 114 20 49 | 69 | 65 93| 10 ) A 28,010
GUOODEE FH139 | ASC12-6.5-74-24 ’ 94 | 74 24 | 44 | 50 11 12 1115 @12
FH140 | ASC12-6.5-129-64 149 | 129 64 | 84 | 65 ) B
FH141 ASC16-8.5-95-30 120 95 30 | 55| 65
FH142 | ASC16-8.5-140-75 | °° | M8 65| 140] %° [ 75 [ 100 65 | '4°| 16| 15° 016
FH143 | ASC20-10.5-120-50 150 | 120 70
1 [FH1a4 | Asc20-10.5-220-50 | 02| M0 5501 200 50| 80 7g] 18] 20 020
AW FH145 | ASC25-12.5-145-65 175 | 145 80
FH146 | ASC25-12.5-265-65 | '>°| M12 005 265 0| 8| % 00| 22| 2| - | © 025
FH147 | ASC32-17-160-80 190 | 160 80
FH148 | AsC32-17-310-80 | ' | M6 240 310 80 | 10 555] 28| %2 ——
e SUPER Lock milling chucks or shrink-fit holders can be used. e SUPER Lock Aufnahmen oder Schrumpffutter kdnnen verwendet
¢ Please note that the dimensions for Ls, Lf, and L; may be different werden.
when attached to other modular-type holders such as ASRM, e Bitte beachten Sie, dass die MaBe fir Ls, Lf, und Ly abweichen

AHUM, ARPFM, BCFM, ABPFM, etc.

4

kénnen, wenn andere modulare Aufnahmen verwendet werden, wie
z.B. ASRM, AHUM, ARPFM, BCFM, ABPFM, usw.

For further information about Modular Chucks please see our AMC brochure No. 705.2

Weitere Informationen iiber Modulare Werkzeugaufnahmen finden Sie in unserem
AMC Prospekt No. 705.2

HSK 63 MD | DIN 69893 HSKE

SK 40 MD | DIN 69871 ii

Ramping/Helical Milling

Ramping Angle @Holeﬁ
VA ;i ; | ! .
.’ ' = J

=
Ramping Helical Milling
Tool diameter @ mm o8 210 212 216 220 925 232
Max. ramp angle ° less than 0.5° (max. 1.0°)
Helical Milling / Hole Dia. (nm) | 10-15 | 13-19 | 17-23 | 25-31 | 33-39 | 43-49 | 57-63
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APHP | Recommended Cutting Conditions

Workpiece |Insert |Tool @/Flutes j j jy j j j
8/Z1 % 1012208 1223 85 16124 05 20125 86 25126 JIF 52/ 28

n |min’ 4,380 3,500 2,920 2,190 1,750 1,400 1,090

V. |m/min 110 110 110 110 110 110 110

erelaned PJPOSM V; [mm/min 1,750 3,500 4,380 4,380 4,370 4,200 4,360
2?25 HRG PJP15M f, [mm/t 0.4 0.5 0.5 0.5 0.5 0.5 0.5
ap [mm 0.2 0.3 0.3 0.3 0.3 0.3 0.3

a. [Imm 4.5 6 7 9.5 12 15 19

Q [cm®¥min 1.6 6.3 9.2 12.5 15.7 18.9 24.9

n |min’ 2,990 2,390 1,990 1,490 1,190 960 750

V. |m/min 75 75 75 75 75 75 75

Harekned V; |mm/min 890 1,910 2,380 2,380 2,380 2,300 2,400
steel PJPO8M |f, |mm/t 0.3 0.4 0.4 0.4 0.4 0.4 0.4
55-60 HRC a, |mm 0.15 0.2 0.2 0.2 0.2 0.2 0.2
a. |[mm 8 4 5 6.5 8 10 13

cm3/min 0.4 1.5 2.4 3.1 3.8 4.6 6.2

n |min’ 2,590 2,070 1,730 1,290 1,040 830 650

V. |m/min 65 65 65 65 65 65 65

Mg V; |mm/min 640 1,240 1,550 1,540 1,560 1,490 1,560
steel PJPO8M |f, |mm/t 0.25 0.3 0.3 0.3 0.3 0.3 0.3
60-62 HRC a, |mm 0.15 0.15 0.15 0.15 0.15 0.15 0.15
a. |/mm 3 4 5 6.5 8 10 13

cm3/min 0.3 0.7 1.2 1.5 1.9 2.2 3.0

n |min’ upt039,800 | upto31,800| upt0o26,500| upto19,900| upto15,900| upto 12,700 up to 9,900

V. |m/min up to 1,000 up to 1,000 up to 1,000 up to 1,000 up to 1,000 up to 1,000 up to 1,000

Vi |[mm/min upto 15,900 | upto25,400| upto31,800| upto31,800| upto31,800| upto30,000| upto31,600

Graphite DO8M |f, |mm/t upto 0.4 upto 0.4 upto 0.4 upto 0.4 upto 0.4 upto 0.4 upto 0.4
a, Imm upto 1.0 upto 1.0 upto 1.0 upto 1.0 upto 1.0 upto 1.0 upto 1.0

a. |mm up to 4 upto 5 upto 7 upto 11 upto 15 up to 20 up to 25

Q [cm¥min upto 31.8 upto 63.5 upto 111.3 upto 174.9 up to 238.5 up to 300 up to 395

Product Range
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