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Power Mill

Smallest milling cutter 10mm.

Patented Dual Relief Angle Insert !
Higher feed rate !
Higher wearing resistance !!
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Nine Q Power Mill o][fers you Higll Rigiality &
Higlz Feed Rate mi//ing cutter.

Precision grounal insert per][orms efficient
repeataln'/ity and excellent accuracy.

Specia/ geometry alesign lzelps the strengtlt

of cutting ealge in shoulder mi//ing app/ication.
Patented Dual re/fef ang/e (7° and 152
increases the stiffness 0)[ the insert ][or
alvsorl:ing cutting force.

On insert size to optimize the number 0][
teeth for feea[ operation.

Nine Q Power Mill has minimal size insert type,
it lze/ps you to manage your tool stock in low cost to
compare other mi//ing cutter with various size inserts.

Smallest indexable mi//ing cutter J[rom 10mm.
Low tool cost to compare with solid carbide end mill.

Reliable qua/ity ! Valuable proaluct i



A Series Milling Insert
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Patented Precision Ground Insert A -

® Sub-micron carbide, fully ground to ensure efficient repeatabilty.

® Inserts are designed with high positive geometry and helical cutting edge.

® [nserts perform good shoulder milling operation.
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Order No. Part No. d:%.l(:))S L L1 L2 ?g of Eac(:th Insert Screw / key
00-99802-BC10-10A06 | BC10-10A06-100 | 10 | 100 | 40 | 60 | 10 2
00-99802-BC12-10A06 | BC12-10A06-80 | 10 | 80 | 20 | 60 | 12 2 pot
00-99802-BC12-11A06 | BC12-11A06-80 | 11 | 80 |22 | 58 | 12 2 AOFTO60205H | NS-18037
00-99802-BC12-12A06 | BC12-12A06-80 | 12 80 | 24 | 56 | 12 2 A9GTO060205H | 0.9 Nm

A9GT060210H | NK-T6

00-99802-BC16-13A06 | BC16-13A06-100 | 13 | 100 | 26 | 74 | 16 2
00-99802-BC16-14A06 | BC16-14A06-100 = 14 100 28 | 72 | 16 2 n
00-99802-BC16-15A06 | BC16-15A06-100 | 15 | 100 | 30 | 70 | 16 3
00-99802-BC16-16A06 | BC16-16A06-100 | 16 | 100 | 32 | 68 | 16 3
00-99802-BC16-16A10 | BC16-16A10-100 | 16 | 100 | 32 68 | 16 2 A9MT1035 NS-25060
00-99802-BC20-20A10 | BC20-20A10-120 | 20 | 120 40 | 80 | 20 3 . Lg"_‘r";
00-99802-BC25-25A10 | BC25-25A10-150 | 25 | 150 | 50 | 100 | 25 3 n




A Series Milling Insert

mAIMT :
High rigidity, special edge honing, resistance of impact during milling operation,
good for milling of carbon steel and alloy steel.

-NC2032 :
e K20F grade, AITiN coated.
e Special chip breaker design.
¢ High surface hardness for high wearing resistance.
e Good for hard cutting carbon steel and alloy steel.

HA9GT :
Sharp cutting edge and high positive rake angle, good for finishing milling
and surface roughness.

-NC2033 :
e K20F grade, TiAIN coated.
e For better surface roughness.
e Good for all kind of steel.

HA9FT :
Sharp cutting edge and high positive rake angle, low friction coefficient
for Non-Ferrous metal.

-NC9031 :
e K20F grade, TiN coated.
e Good for Al, Al-alloy, Copper, Copper alloy and Non-Ferrous metal, etc.

Milling Operation Notice

H Rampin - S
amping H Helical milling
3
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° Dmin. B Dmax. P
e o (hole diameter) | (plunge depth) Zmax. (hole diameter) = (plunge depth) Zmax.
10 55 i3 0.41 5 18 1.09 10
11 4.5° 5 0.50 515 20 154 11
12 4° 17 0.55 6 22 1.09 12
13 3.5° 19 0.58 6.5 24 1.05 13
14 S 21 0.58 7 26 0.98 14
15 2.5° 23 0.55 7.3 28 0.89 15
16 22 25 0.50 8 30 0.76 16
Unit : mm

e The ramp angle & is limited due to the insert edge design.
e Using helical milling method, please take care hole diameter and plunge depth.



A Series Insert Cutting Data (¢ '

ASGT060205H - NC2033
A9GT060210H - NC2033 1.0
ASFT060205H - NC9031 0.5

Carbon Steel © nc20s3 | 0s 80~150 15 4 15
Low-alloy Steel, Cs03% = @) NC2033 06 80~150 15 4 1
High-alloy Steel, C>0.3% &) NC2033 | 06 60~120 | 0.03-0.07 1.0 25 | 1
Casting Steel © Nc203s 06 60~120 | 0.03-0.07 1.0 25 | 1
Stainless Steel © ncos3 | 06 60~120 | 0.01~0.05 05 2 1
gi;?ac':; et en W Nc20ss | 06 | 100150 15 s 018
Al, Al-alloy 9 NCoo3t 06 | 200~500 |  0.03~0.07 2 4 2

~ -~y -

A Series Insert Cutting Data (216-025mm)

35 05

A9FT103505H - NC9031 TN | Bf 2 | 10
35 ' 04

. 66
A9MT1035 - NC2032 ’ Nﬁﬁj P T R

Carbon Steel @ nc2os2 | 10 150250 | 0.08~0.15 3 8 | 3
Low-alloy Steel < 0.3% C @ nc2032 10 150~250 | 0.08~0.15 3 e 2
High-alloy Steel > 0.3% C ’ NC2032 = 10 120~200 0.08~0.15 2 T -
Casting Steel @pncos2 | 10 | 120200 | 0.08- 2 A
Stainless Steel Q NC2032 = 10 80~120 1 4 1 2
@ ncoz2 | 10 | 100150 | 3 &3
% NCoo3t o0 200~1000 |  0.06~0.12 5 | 8 | 3
| |

* Reduce the feed rate 30% from the above table for slotting operation.



R series-Round Insert

Patented Precision Ground Insert R :

e Submicron carbide inserts are fully ground.

e Round insert with square seating pocket for exact positioning, especially for

unstable cutting condition.

e Maximum number of teeth for feed operation.

e High feed rate capability.

e Patented Dual Relief Angle Insert !

e Higher feed rate!
e Higher wearing resistance!

e Dual Relief

Cylindrical Shank Milling Cutter
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Order No. Part No. @D L L1 L2 99 gdi @d2 e, Insert Screw / key
he of teeth
00-99802-BC16-16R4 BC16-16R4-120 | 16 {120| - | 40| 16| - |14.5 2 NS-30056, NK-T9
RI9MT0803
00-99802-BC20-20R4 BC20-20R4-130 | 20 (130| 20 | 50| 20 | 17 | 18 € ROMTO803F
ROMTO803P| N> 90072
00-99802-BC25-25R4-45° | BC25-25R4-150-45° | 25 (150 30 | 60 | 25 | 21 | 23 3 o 2.0 Nm
NK-T9
00-99802-BC32-35R4 BC32-35R4-200 ' 35 200 - | 80| 32| - |30 3

* The insert pocket of the cutter 25R4-45° has rotated 45°. The cutter can take advantage of the reversed side

of the used insert for second use .
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Corner radius especial good for 3D corner milling, high reliability performance and
long tool life.

-NC40 :

TiN coated, K20 grade. Sharp cutting edge and high positive angle.
Good for stainless steel.

F-NC2032 :
AITiIN coated, K20F grade. Special chip breaker design, sharp cutting edge.
Good for carbon steel, low alloy steel.

P-NC30 :
AITiN coated, K10F grade, flat cutting edge design.
Universal type for high-alloy steel and cast iron.

Milling Operation Notice

® Ramping

R Series Insert

| |

RIMTO803P - NC30 K10F | AN p 8 | 317 04

ROMTO803F - NC2032 | K20F | AN = @ B - o4

| |
; s

ROMT0803 - NC40 K20F TiN 8 . 317 | 04

Carbon Steel @ rnc2o2 150~200 0.3-0.8 0.4~1.0
Low-alloy Steel, C< 0.3% @ Fncoos2 150~200 0.3~08 0.4~06
High-alloy Steel, C> 0.3% @ rrex 120~200 0.3~0.8 0.4~0.6
Casting Steel . P-NC30 120~200 0.3~0.8 0.3~0.6
Stainless Steel @ N 100~140 0.3~0.5 0.3~0.6
Hardened Steel <HRC52 ' P-NC30 60~120 0.2~0.4 0.3~0.4
Malleable Cast Iron @ -~ 120~200 0.3~0.8 0.4~0.6
Grey Cast Iron
S= Ve x1000 r.p.m. F=fzx S xn mm/min. S: Spindle Speed (rpm) Vc: Cutting Speed (m/min.)

TxD F: Feed Rate (mm/min.) fz: Feed per Tooth D: Drill Dia. n: No. of Flute

(6]



C Series-Torus Radius Insert

Patented Precision Ground Insert C :
e Submicron carbide inserts are fully ground.
e Good for semi-finishing 3D surface milling for mold industry.

e To replace the other milling cutters with ramp feed.

e Patented Dual Relief Angle Insert !
e Higher feed rate!
e Higher wearing resistance! oy

*Dual Relief .

— —15 X %0

00-99802-BC12-12C5 | BC12-12C5 | 12 | 100 | 30 12 | 105
00-99802—8016-—16(35'BC16-1605 1-ei‘|'“1-_2'0 | 40 | 16 | 145
00-99802-BC20-20C5 | BC20-20C5 | 20 | 130 | 50 | 20 | 18
00-99802-8025-2505| BC25-25C5 | 25 150 | 60 | 25 | 23

COMTO5T105 NS-20045
CSMTO5T110 0.8 Nm
COMTO5T110H | NK-T6

g

B oW oW M
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HCOMT :
Patented insert, fully ground corner radius.
-NC30 :
e Submicron carbide insert, AITiN coated, K10 grade.
e Flat cutting edge design, universal type for all kind of materials.

-NC2032 :
e Submicron carbide insert, AITIN coated, K20F grade.

¢ High positive angle, special chip breaker design, higher wearing resistance.
e Good for carbon steel and low alloy steel.

Milling Operation Notice

H Ramping

C Series Insert Cutting Data

CIMTO5T105 - NC30 K10F | AITiN 5 2.0 0.5
ol

COMTO5T110 - NC30 K10F | AITiN z 5 2.0 1.0
& s

COMTO5T110H - NC2032 | K20F | AITIN 5 2.0 1.0

Carbon Steel

© e 150~300 0.2-0.5 0.2~0.5

NC30 150~300 0.2~0.5 0.2~0.5

Low-alloy Steel, C< 0.3%

NC30 150~300 0.2~0.5 0.2~0.5
Highaloy Steel, C>03% | @& Ncso | 120200 | et ——— 0204
Casting Steel _ _6 NC30 | 120200 | T e ==
Hardened Steel <HRCs2 = @) NC3o | foo-150 | 01-03 | 01-03

¢ Reduce the feed rate 30% from the above table for slotting operation.



Cylindrical Shank Milling Cutter :

|
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COMT
Semi-finishing

99802-BC12-12C5
99802-BC16-16C5
99802-BC20-20C5
99802-BC25-25C5

ROMT
Roughing

99802-BC16-16R4
99802-BC20-20R4

99802-BC25-25R4-45°

99802-BC32-35R4

|
E

AOMT
Roughing

99802-BC10-10A06
99802-BC12-10A06
99802-BC12-11A06
99802-BC12-12A06
99802-BC16-13A06
99802-BC16-14A06
99802-BC16-15A06
99802-BC16-16A06
99802-BC16-16A10
99802-BC20-20A10
99802-BC25-25A10




Other milling cutters on request :

Mﬂeg@

B Modular Power-Mill System

BT40

A

Collet

C32-11.5
C32-15.5
C32-19
C32-24

Extention bar

99800-11.5M08
99800-15.5M08
99800-19M10
99800-24M12

BT40

Modular Milling Head (Screw-Fit Type)

99802-M08-12C5
99802-M08-16C5
99802-M10-20C5
99802-M12-25C5

99802-M10-20R4
99802-M12-25R4
99802-M16-35R4

99802-M08-16A10
99802-M10-20A10
99802-M12-25A10

|
L)

CoOMT

Semi-finishing

©

ROMT

Semi-finishing

AOMT

Roughing

B Solid Power-Mill

©® ]

ROMT AOMT
Patented Insert High Positive Insert

el

BT40 BT40 BT30
99803-16A10
99803-20A10
99803-25A10

99804-16A10 AL
99804-20A10 L
99804-20R4 : 99803-50A10
99804-25A10
99804-20RAL
99804-32A10
99804-25R4
99804-40A10
99804-25R4L FERa A
99804-32R4
99804-40R4



* Super Power Drill and Super Drill
* High Speed Boring Tool

* NC-Spot Drill

* Power Mill

* Solid Carbide End Mill

 Tool Holder

AEYTIRC

TOOLS & TOOLING

000 «AKUTIK» P®, r. MockBa,
yn. NoaonbLCKUX KypcaHToB Bf. 22, CTP.5
Ten. 8 (499) 550 50 39

ﬂ www.akytec.ru

Jimmore International Corp.

No0.120-2, Sec.2 Fusing Rd., South District,

Taichung City 40252, Taiwan

TEL: 886-4-22605352  FAX: 886-4-22608765
E-mail: jimmore@seed.net.tw ; info@jimmore.com.tw
http://www.jic-tools.com.tw

Distributor:

2008.08 Cat. No.: NPM 07 : 500 PC
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