Indexable Milling #&%3{#t7]

WINSTAIR

High Feed Milling Series Introduction SIERRTIRIINE

CXBN Series

 Use BNMX double-sided inserts with 4 cutting edges.

CXLO Series

* High feed and low cutting force offers better

productivity.

+ 15~100mm cutter diameter, max. 1.4mm depth of cut.

- fEF BNMX £@E#t 71 R |, 4 BRI BYIHIA
- BEERETHENRARFRANEER  BRRSERARME
- 15~100mm JIRERE , RAYIHIREFTE 1.4mm
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* Use LNMX double-sided inserts with 4 cutting edges.
- High feed and sharp cutting edges for low cutting

force applications.

+ 16~50mm cutter diameter, max. 0.9mm depth of cut.

- £/ LNMX £®Eit7I R , 4 B RLIHIA
© BERRARNARHTH T EREENES , LEREEBEERER
- 16~50mm JIRETE , RAYIEIRERE 0.9mm

— Page A076

+ Use LOGX double-sided inserts with 4 cutting edges.

Ve — ,
S LA

CXWN Series

+ High feed and high precision cutting edges for

good surface finishing.
16~50mm cutter diameter, max. 0.9mm depth of cut.

- 5 LOGX Em#tTI R , 4 B BIHIA
- BEARERETHNBERNERESNT , U ENERNRELZE
- 16~50mm JIRRERE , mATIHIFRERE 0.9mm

— Page A079

- Use WNMX double-sided inserts with 6 cutting edges.

A070

+ High feed and low cost for multi-functional

applications.

+ 25~160mm cutter diameter, max. 1.35mm depth of cut.

- {5 WNMX €mE#t7I kR |, 6 ErTRTIEISA
- BIEARERABERREY - SIRSHAERE SR T
- 25~160mm JJRRER , iR ATIHIRERE 1.35mm
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Indexable Milling &ZEz057] WINSTAR

High Feed Milling Series Introduction SIERTIRIINE

CALP Series
* Use LPGX inserts with 2 cutting edges.

g o k > - High feed and small size cutter for replacing solid
el @ : carbide tools.

+ 8~16mm cutter diameter, max. 0.5mm depth of cut.

‘e
-
e

.

- fEF LPGX %71/ , 2 {EIRT FBHIAI &
- BRI RITIRARA2EHETR  BRREZNN IR ERA
- 8~16mm JIRRERE , RAYIEIRERIEZE 0.5mm

— Page A085

I——

CAJX Series
*+ Use JDMT or JDMW inserts with 3 cutting edges.

* High feed and high rigidity cutting edge for wide
range applications.

+ 32~100mm cutter diameter, max. 2mm depth of cut.

- £/ JDMT 3¢ JDMW #£71 5 |, 3 BRI RYIHIS
- BiEfSREAILTIE T OERA RS EMEFER
* 32~100mm JIEETE , RATIHIRERIE 2mm
— Page A088

+ Use SDMT or SDNW inserts with 4 cutting edges.

+ High feed and more economical for wide range
applications.

+ 50~80mm cutter diameter, max. 1.5mm depth of cut.

- {FF3 SDMT I SDNW #£7]F , 4 BRI BYIHIA
- DS - BRERESHIMETIE T OERRZEMEER
- 50~80mm JIEEERE , mATIHIFRERE 1.5mm

— Page A090

CF23 Series
- Use WP26 inserts with 3 cutting edges.

- High feed and high rigidity negative designed for
hardened steel.

+ 32~160mm cutter diameter, max. 2mm depth of cut.

£ 2\
-L—"[. /‘\ - 5 WP26 #£71F , 3 BRI AYIHIA
h - BiEAAERIME ARG, BRRREMEINT
-+ 32~160mm JJRRER , R ATIHIREAIE 2mm
— Page A092
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Indexable Milling %= #t7] WINSTAR

High Feed Milling - CXBN

CXBN Series
 Use BNMX double-sided inserts with 4 cutting edges.
(- \ - High feed and low cutting force offers better
N productivity.
o * 15~100mm cutter diameter, max. 1.4mm depth of cut.
e - 555 BNMX SEHETI A , 4 BRI L4

- BERRETHIE R RARANEER  BRNSERA R
- 15~100mm JIRERE , R AYIHIRERIE 1.4mm

CXBNE - Milling Tools Si44%57]

K] Face Sioffing | [Ramping | [ Pockef
: = Y

oo T &
Insert Brand : Winstar, Taegutec, ...

Order No. D L1 L d T Inserts § %

Screw | Wrench %

ICXBNE602015130 15 26 130 16 2 o
ICXBNE602016130 16 26 130 16 2 T
ICXBNE602017130 17 26 130 16 2 T
ICXBNE602018130 18 25 130 20 2 T
ICXBNE603020150 20 40 150 20 3 BNMX0603 | 1TS3004 ITKO8 T
ICXBNE603021150 21 40 150 20 3 T
ICXBNE604025150 25 40 150 25 4 T
ICXBNE604026150 26 30 150 25 4 T
ICXBNEG604032200 32 45 200 32 4 T
ICXBNES03025150 25 40 150 25 3 o
BNMX0904 ITS4009 ITK15 —

ICXBNE903032150 32 40 150 32 3 ([

@ stock O by inquiry Customize available.
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Indexable Milling &%= 8t7] WINSTAR
High Feed Milling - CXBN =R

CXBNM - Modular Milling Heads = &458%7]58

L1

— Face Slotting Ramping Pocket

© _ . fin Ping || Pocke
| g HIEAD > &€
= ST &

ad

(Coolant) Insert Brand : Winstar, Taegutec, ...

(7]

Order No. pL1|a|m| T [0 pene | & g
Hole Screw | Wrench | x

ICXBNM602016080 16 26 8.5 [ M8 2 o
ICXBNM602016081 16 26 8.5 [ M8 2 4 o
ICXBNM603020100 20 30 | 10.5 | M10 3 [
ICXBNM603020101 20 30 | 10.5 [ M10 3 4 o
ICXBNM603021100 21 30 | 10.5 | M10 3 [
ICXBNM603025120 25 35 | 12.5 | M12 3 o

BNMX0603 ITS3004 ITKO8
ICXBNM604025120 25 35 | 12.5 | M12 4 o
ICXBNM604025121 25 35 | 12,5 | M12 4 v o
ICXBNM603026120 26 35 | 12.5 | M12 3 o
ICXBNM604032161 32 40 (17.0 | M16 4 v o
ICXBNM605032161 32 40 | 17.0 | M16 5 v o
ICXBNM606040161 40 43 (17.0 | M16 6 v o
ICXBNM903025121 25 35 [ 12.5 | M12 3 4 o
ICXBNM904032161 32 40 (17.0 | M16 4 v o
BNMX0904 ITS4009 ITK15

ICXBNM904035161 35 43 (17.0 | M16 4 4 O
ICXBNM905042161 42 43 (17.0 | M16 5 v o
@ stock O by inquiry * For screw-in type adapter, please refer to Tooling System
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Indexable Milling &%= 8t7] WINSTAR
High Feed Milling - CXBN =R

CXBNF - Milling Tools & if44%

F\ace Slofﬁng Ramping Posket
il 4 L ~
(CooT.gnt) Insert Brand : Winstar, Taegutec, ...
(7]
Order No. D L d T Coolant Inserts @ §
Hole Screw Wrench | %
ICXBNF606040220 40 50 22 6 o
ICXBNF606040221 40 50 22 6 v o
ICXBNF607050220 50 50 22 7 o
BNMX0603 ITS3004 ITKO8
ICXBNF607050221 50 50 22 7 v o
ICXBNF607052221 52 50 22 7 v O
ICXBNF607063220 63 50 22 7 o
ICXBNF906050221 50 50 22 6 v o
ITS3504
ICXBNF906052221 52 50 22 6 v o
ICXBNF907063220 63 50 22 7 ITS4009 o
ICXBNF907063271 63 50 27 7 v BNMX0904 ITK15 [
ICXBNF907066271 66 50 27 7 v O
ITS3504
ICXBNF908080271 80 50 27 8 v o
ICXBNF910100321 100 | 50 32 10 v L
@ stock O by inquiry Customize available.
Recommended Cutting Conditions Z:%]HIE0E
BNMX0603 BNMX0904
Working Material
Vc fz ap Vc fz ap
Carbon Steel / Alloy Steel | 120~250 | 0.4~1.6 0.3~09 [120~250| 04~2.0 03~14
Stainless Steel 100~180 | 0.3~1.2 0.3~0.7 | 100~180| 0.3~1.6 03~1.2
Cast Iron 120~250 | 04~1.6 03~09 [120~250| 04~20 03~14
High Temperature Alloy 40~ 100 0.3~0.8 0.3~0.6 40 ~ 100 0.3~1.2 03~1.2
Hardened Steel 50~ 100 0.3~1.0 0.3~0.6 50 ~ 100 03~14 03~1.2

EZ A

Corner R Programming R FBEieiEiiEE

Approx. R (mm)
Designation
Input. R Uncut
BNMX0603 2.0 0.42
BNMX0904 25 0.61
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Indexable Milling &Z=z(#57]

High Feed Milling - CXBN =SR]

Insert Specifications J] A f31&

o

WINSTAIR

Dimensions (mm)
Insert
A B S d1
BNMX0603 9.0 6.38 3.75 3.2
BNMX0904 11.9 9.18 4.8 4.2

O

Jot

Insert Designation 7] ElgE

Working Material
Insert Order No. Code-Chipbreaker-Grade -_
IBNMX0603SG23TX BNMX0603-SG-CX23TX O| 0|0 O| @
B IBNMX0603SG32HS BNMX0603-SG-CX32HS ®@ O @
@ IBNMX0603SG33TX BNMX0603-SG-CX33TX ®@ O @ O| @
- IBNMX0603SG33UX BNMX0603-SG-CX33UX | I BN ® O
IBNMX0603SG43TX BNMX0603-SG-CX43TX e o o
IBNMX0603MG23TX BNMX0603-MG-CX23TX O|lO|O O| @
IBNMX0603MG32HS BNMX0603-MG-CX32HS ® O| e
5 IBNMX0603MG33TX BNMX0603-MG-CX33TX ® O| e O| @
O IBNMX0603MG33UX BNMX0603-MG-CX33UX ® o | o ® | O
sl IBNMX0603MG43TX BNMX0603-MG-CX43TX oo o
IBNMX0603MG37TA BNMX0603-MG-CX37TA [ o O
IBNMX0603MG47TA BNMX0603-MG-CX47TA ® O| e O
IBNMX0603RG23TX BNMX0603-RG-CX23TX O|lO|O O| @
IBNMX0603RG32HS BNMX0603-RG-CX32HS @ O| @
IBNMX0603RG33TX BNMX0603-RG-CX33TX ® O| @ O| @
IBNMX0603RG43TX BNMX0603-RG-CX43TX o o [
IBNMX0603RG37TA BNMX0603-RG-CX37TA o o O
IBNMX0603RG47TA BNMX0603-RG-CX47TA ® O| e O
IBNMX0904MG23TX BNMX0904-MG-CX23TX O|O|O O| @
IBNMX0904MG32HS BNMX0904-MG-CX32HS @ O| e
IBNMX0904MG33TX BNMX0904-MG-CX33TX ®@ O @ O| @
(\@\ IBNMX0904MG33UX BNMX0904-MG-CX33UX e oo ® O
IBNMX0904MG43TX BNMX0904-MG-CX43TX o o ([
IBNMX0904MG37TA BNMX0904-MG-CX37TA [ [ O
IBNMX0904MG47TA BNMX0904-MG-CX47TA ® O| e O
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Indexable Milling %= #t7] WINSTAR

High Feed Milling - CXLN =SR]

CXLN Series

* Use LNMX double-sided inserts with 4 cutting edges.

- High feed and sharp cutting edges for low cutting
force applications.

+ 16~50mm cutter diameter, max. 0.9mm depth of cut.
- A LNMX £E %71 R , 4 BRI BYEIA

- BERRARNAR NI IEREETNES , TENSEBERE
- 16~50mm JIRETE , RAYIHIRERE 0.9mm

CXLNE - Milling Tools &= i&4585T]

Face Siofting | [Ramping | [ Pockef
Insert Brand : Winstar, Tungaloy, ...

Order No. D L1 L d T Inserts § g

Screw | Wrench |&

ICXLNE302016100 16 30 100 16 2 o
ICXLNE302016150 16 30 150 16 2 T
ICXLNE303020150 20 50 150 20 3 T
ICXLNE304020130 20 50 130 20 4 LNMX0303 ITS2535 ITKO7 E
ICXLNE304025150 25 60 150 25 4 T
ICXLNE305025140 25 60 140 25 5 6
ICXLNE306032150 32 70 150 32 6 T

@ stock O by inquiry Customize available.

CXLNM - Modular Milling Heads = &4a557]58
L1

(oh‘— B Face | [ Sioffing | [Ramping | [ Pockef

S =i &€ |é
T\gd ) % 1%
Insert Brand : Winstar, Tungaloy, ...

Order No. D | L1 d M T Eoola Inserts § g

Hole Screw | Wrench | &

ICXLNM302017080 17 26 | 85 | M8 2 o

ICXLNM303021100 21 32 |10.5(M10| 3 o

ICXLNM303021101 21 32 |10.5(M10| 3 v LNMX0303 | ITS2535 ITKO7 o

ICXLNM304026120 26 38 [125(M12| 4 o

ICXLNM304032160 32 41 17 [M16| 4 [

@ stock O by inquiry * For screw-in type adapter, please refer to Tooling System
AQ076



Indexable Milling #ZE8t7] WINSTAR
High Feed Milling - CXLN =R

CXLNF - Milling Tools =it458ET]

Face Slotting Ramping Pocket
— %ﬁ A

Insert Brand : Winstar, Tungaloy, ...

& g
Order No. D L d T Inserts =
Screw | Wrench |x

ICXLNF308050220 50 50 22 8 LNMX0303 ITS2535 ITKO7 O
@ stock O by inquiry Customize available.

Recommended Cutting Conditions ZE:&]HIE01E

Working Material Vc fz ap
Carbon Steel / Alloy Steel 120 ~ 250 04~16 0.3~0.9
Stainless Steel 100 ~ 180 0.3~12 0.3~0.7
Cast Iron 120 ~ 250 04~16 0.3~0.9
High Temperature Alloy 40 ~ 100 0.3~0.8 0.3~0.6
Hardened Steel 50 ~ 100 03~1.0 03~0.6

o]

Corner R Programming R fBEiEEIEHE 5 E

Approx. R (mm)

Designation
Input. R Uncut

LNMX0303 1.5 0.5
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Indexable Milling &%= 8t7] WINSTAR
High Feed Milling - CXLN =R

Insert Specifications J] A f31&
Dimensions (mm)

A B S d1

Insert

1

5 £E1

LNMX0303 11.59 6.0 4.29 2.85

Insert Designation 7]} ElgE

Working Material

Insert Order No. Code-Chipbreaker-Grade -—_

M
ILNMX0303SG23TX LNMX0303-SG-CX23TX O|O0]| O O| @

@ ILNMX0303SG32HS LNMX0303-SG-CX32HS @ O| @

V ILNMX0303SG33TX LNMX0303-SG-CX33TX | @ | O | @ o| e
ILNMX0303SG43TX LNMX0303-SG-CX43TX | N o
ILNMX0303MG23TX LNMX0303-MG-CX23TX OO ]| O oO| e

/’\Q\ ILNMX0303MG32HS LNMX0303-MG-CX32HS | @ | O | @

(o>

e ILNMX0303MG33TX LNMX0303-MG-CX33TX | @ | O | @ o| e
ILNMX0303MG43TX LNMX0303-MG-CX43TX O o
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Indexable Milling &%= 8t7] WINSTAR

High Feed Milling - CXLO =R

CXLO Series

* Use LOGX double-sided inserts with 4 cutting edges.
- High feed and high precision cutting edges for

i “" good surface finishing,
it =

* 16~50mm cutter diameter, max. 0.9mm depth of cut.
e o )
(®) 9 ®/ - £/ LOGX #@E#%TIF , 4 [ERI BN

- BEEREREETHNERRERAENT , TAEERNRENLRE
- 16~50mm JIRETE , RAYIHIFRERE 0.9mm

CXLOE - Milling Tools =itE458ET]

| L
L1

Face |[ Sioffing | [Ramping | [ Pockef
B - EEEE
i €€ &
Insert Brand : Winstar, Kyocera, ...

Order No. p || L | a1 [Co0mnt s | & g
Hole Screw | Wrench |&

ICXLOE302016150 16 30 150 16 2 o
ICXLOE302016151 16 30 150 16 2 4 T
ICXLOE302017150 17 20 150 16 2 T
ICXLOE302018150 18 20 150 16 2 T
ICXLOE303020150 20 50 150 | 20 3 T
ICXLOE303020151 20 50 150 | 20 3 v T
ICXLOE303021150 21 30 150 | 20 3 T
ICXLOE303022150 22 20 150 20 3 T
ICXLOE304025150 25 60 150 25 4 T
ICXLOE304025151 25 50 150 25 4 4 T
ICXLOE304026150 26 35 150 25 4 HOGX0303 | 1TS3004 KOS T
ICXLOE304026151 26 35 150 | 25 4 v T
ICXLOE304026200 26 45 | 200 | 25 4 T
ICXLOE304028150 28 20 150 | 25 4 T
ICXLOE305028150 28 20 150 25 5 T
ICXLOE304030150 30 46 150 32 4 T
ICXLOE305032150 32 70 150 32 5 T
ICXLOE305033151 33 20 150 32 5 4 T
ICXLOE305033200 33 20 | 200 | 32 5 T
ICXLOE305035200 35 20 | 200 | 32 5 T
@ stock O by inquiry Customize available.
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Indexable Milling #ZE8t7] WINSTAR

High Feed Milling - CXLO =R

CXLOM - Modular Milling Heads =485 7]58

o ’_‘ - F\ace Slotﬁng Ramping Pocket
5 i i

@ ol addl_

T\Qd — — —
Insert Brand : Winstar, Kyocera, ...

(/2]

Order No. p (L1 a | m| T[S0 eone | & g
Hole Screw | Wrench |x

ICXLOM302017081 17 25 8.5 M8 2 V4 o
ICXLOM303021101 21 30 | 10.5 | M10 3 v ]
ICXLOM304026121 26 35 | 125 | M12 4 v LOGX0303 | ITS3004 ITKO8 | @
ICXLOM304035161 35 40 17 | M16 4 v o
ICXLOM305035161 35 40 17 | M16 5 v o

S

@ stock O by inquiry % For screw-in type adapter, please refer to Tooling System

CXLOF - Milling Tools = i458%5T]

Face Slotting Ramping Pocket

_ol_ad ol &

Insert Brand : Winstar, Kyocera, ...

& g
Order No. D L d T Inserts o
Screw | Wrench |x

ICXLOF307050220 50 50 22 7 LOGX0303 ITS3004 ITKO8 | @

@ stock O by inquiry Customize available.

Recommended Cutting Conditions ZE:&]HIE1E

Working Material Ve fz ap
Carbon Steel / Alloy Steel 120 ~ 250 04~16 0.3~0.9
Stainless Steel 100 ~ 180 03~12 0.3~0.7
Cast Iron 120 ~ 250 04~16 0.3~0.9
High Temperature Alloy 40 ~100 0.3~0.8 0.3~0.6
Hardened Steel 50 ~ 100 03~1.0 0.3~0.6
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Indexable Milling &Z=z(#57]

High Feed Milling - CXLO =R

A —]

Corner R Programming R fBEEEiEETE

o

WINSTAIR

Designation

Approx. R (mm)

Input. R

Uncut

LOGX030310 1.6

0.39

Insert Specifications 7] 1%

Insert

Dimensions (mm)

A B

S

d1

LOGX030310 11.9 6.2

3.96

3.45

d1

Insert Designation 7] Elgs

Working Material
Insert Order No. Code-Chipbreaker-Grade -_
ILOGX030310SG32HS LOGX030310-SG-CX32HS @ O @
‘ ﬂ ILOGX030310SG33TX LOGX030310-SG-CX33TX @ O @ oO| e
E ILOGX030310SG33UX LOGX030310-SG-CX33UX L N B ® | O
ILOGX030310SG43TX LOGX030310-SG-CX43TX o ©o o
ILOGX030310MG32HS LOGX030310-MG-CX32HS @ O @
; ﬂ ILOGX030310MG33TX LOGX030310-MG-CX33TX @ O @ O| @
» ILOGX030310MG33UX LOGX030310-MG-CX33UX | @ | @ | @ ® O
ILOGX030310MG43TX LOGX030310-MG-CX43TX o O o
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Indexable Milling %= #t7] WINSTAR

High Feed Milling - CXWN =SR]

CXWN Series

- Use WNMX double-sided inserts with 6 cutting edges.

* High feed and low cost for multi-functional
applications.

+ 25~160mm cutter diameter, max. 1.35mm depth of cut.
- {EF WNMX €@tk |, 6 @R BYHIA

- BIERRERABERRER - FIRRAERE SN T
- 25~160mm JIIRERE , R AYIHIREFIE 1.35mm

CXWNE - Milling Tools =if458%7]

L
Face Ramping | | Plunging
= ¥
od ) T J
L L 14

Insert Brand : Winstar, Korloy, ...

& g
Order No. D L1 L d T Inserts =
Screw | Wrench |x

ICXWNE902025150 25 40 150 25 2 o
WNMX09T3 ITS3006 ITK1I0 —

ICXWNE903032150 32 40 150 32 3 o
@ stock O by inquiry Customize available.
CXWNF - Milling Tools =itE4a8ET]

Face Ramping | | Plunging

| / _ / L /
Insert Brand : Winstar, Korloy, ...

(7]

Order No. D L d T CETENT Inserts @ §

Hole Screw Wrench (&

ICXWNF905050220 50 50 22 5 [
ICXWNF905050221 50 50 22 5 v [
WNMX09T3 ITS3006 ITK10 —

ICXWNF905063220 63 50 22 5 o
ICXWNF905063221 63 50 22 5 4 o
ICXWNF305063220 63 50 22 5 ([
ICXWNF307080270 80 50 27 7 WNMX1305 ITS4006 ITK15 o
ICXWNF310160400 160 | 63 40 10 [
@ stock O by inquiry Customize available.
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Indexable Milling &%= 8t7] WINSTAR

High Feed Milling - CXWN =SR]

Recommended Cutting Conditions ZE:&]HIE1E

WNMX09T3
Working Material Vc fz ap
Carbon Steel / Alloy Steel 120 ~ 250 04~15 0.4~1.35
Stainless Steel 100 ~ 180 04~12 04~1.0
Cast Iron 120 ~ 250 04~15 0.4~1.35
High Temperature Alloy 40 ~ 100 04~1.0 04~1.0
Hardened Steel 50 ~ 100 04~1.1 04~1.0
WNMX1305
Working Material Ve fz ap
Carbon Steel / Alloy Steel 120 ~ 250 04~3.0 04~17
Stainless Steel 100 ~ 180 03~20 04~14
Cast Iron 120 ~ 250 0.4~3.0 04~17
High Temperature Alloy 40 ~ 100 03~16 04~13
Hardened Steel 50 ~ 100 0.3~20 04~13

Corner R Programming R fB#iEE1EHE 5 E
Approx. R (mm)
Designation
Input. R Uncut
WNMX09T3 25 0.6
WNMX1305 3.0 1.0
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Indexable Milling &Z=z(#57]
High Feed Milling - CXWN EERHLT]

Insert Specifications J] A f31&

o

WINSTAIR

Dimensions (mm)
Insert
A S r d1
WNMX09T3 9.525 3.97 1.6 3.6
WNMX1305 12.7 6.0 1.6 4.7

Insert Designation 7] Elg

Working Material
Insert Order No. Code-Chipbreaker-Grade -_
IWNMX09T316MG32HS WNMX09T316-MG-CX32HS | @ | O | @
IWNMXO09T316MG33TX WNMX09T316-MG-CX33TX | @ | O | @ | e
IWNMX09T316MG33UX WNMX09T316-MG-CX33UX | @ | @ | @ ® O
IWNMX09T316MG43TX WNMX09T316-MG-CX43TX | @ | @ o
IWNMX09T316MG37TA WNMX09T316-MG-CX37TA | @ o @)
IWNMX09T316MG47TA WNMX09T316-MG-CX47TA | @ | O | @ O
IWNMX09T316RG32HS WNMX09T316-RG-CX32HS | @ | O | @
) IWNMX09T316RG33TX WNMX09T316-RG-CX33TX | @ | O | @ OoO| e
g IWNMX09T316RG43TX WNMX09T316-RG-CX43TX | @ | @ o
- IWNMX09T316RG37TA WNMX09T316-RG-CX37TA | @ o O
IWNMX09T316RG47TA WNMX09T316-RG-CX47TA | @ [ O | @ O
IWNMX130516MG32HS WNMX130516-MG-CX32HS | @ | O | @
IWNMX130516MG33TX WNMX130516-MG-CX33TX | @ [ O | @ O| @
IWNMX130516MG33UX WNMX130516-MG-CX33UX | @ | @® | @ ® O
IWNMX130516MG43TX WNMX130516-MG-CX43TX | @ | @ [
IWNMX130516MG37TA WNMX130516-MG-CX37TA | @ o O
IWNMX130516MG47TA WNMX130516-MG-CX47TA | @ | O | @ O
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Indexable Milling &%= 8t7] WINSTAR

High Feed Milling - CALP =SR]

CALP Series
* Use LPGX inserts with 2 cutting edges.

s | u@ - High feed and small size cutter for replacing solid

carbide tools.

+ 8~16mm cutter diameter, max. 0.5mm depth of cut.

- fEF LPGX 71/ , 2 B R FBYIAIMA
- BERRNRITIETBRA2ERTR , BRRNEZNNIRMERR
- 8~16mm JIRRER , RAYIHIRERIE 0.5mm

CALPE - Milling Tools =i458%5T]

| L

|
D L Face Shoulder | [ Slotting Pocket | [ Plunging | [Helcal Ramping
= . EEEEEE
D| D1 d 4 i
= vas | 0 e | <=
Insert Brand : Winstar, Kyocera, ...
(72}
Order No. p|pt|Le|L|alT |08t oo [ & g
Hole Screw | Wrench |%
ICALPE101008080 8 |42] 16 | 80 | 10 1 o
ICALPE101008081 8 |42)] 16 | 80 | 10 1 v o
ICALPE102010080 10 [ 6.2 20 | 80 | 10 2 ]
ICALPE102010081 10 | 6.2 | 20 [ 80 | 10 2 v ([ ]
LPGX0102 [IMS1804A| ITKO6 [—
ICALPE103012080 12 [ 82 20 | 80 | 12 3 o
ICALPE103012081 12 | 82| 20 | 80 | 12 3 v (]
ICALPE104016090 16 |12.2]1 20 | 90 | 16 4 o
ICALPE104016091 16 |12.2] 20 | 90 | 16 4 v [ ]
@ stock O by inquiry Customize available.

Recommended Cutting Conditions Z:%1]]HI &

Working Material Vc fz ap
Carbon Steel / Alloy Steel 120 ~ 250 0.2~0.8 0.2~0.5
Stainless Steel 100 ~ 180 0.2~0.6 02~04
Cast Iron 120 ~ 250 0.2~0.8 0.2~0.5
High Temperature Alloy 40 ~100 02~04 02~0.3
Hardened Steel 50 ~ 100 0.2~0.5 02~0.3

A085



Indexable Milling &%= 8t7] WINSTAR
High Feed Milling - CALP =R

Corner R Programming R fB#iEE1E# 5 E

Approx. R (mm)
Designation
Input. R Uncut
LPGX0102 1.2 0.17
For Ramping #1311T
Cutter Dia. Max. ramping angle o
o tan (A
(mm) (A%) e
10 3.0° 0.052
11 2.5° 0.044
12 2.0° 0.035
16 1.2° 0.021
17 1.0° 0.017

For Helical Milling $27Eh0T

Mini Cutting Dia. Max Cutting Dia. <
<
2 x Cutter Dia. - 3.5 2 x Cutter Dia. - 2
—s @ -
* Do not exceed the Max Cutting Dia and lower than
the Mini Cutting Dia. "~ Cutting Dia.

For Plunging FE=E T

Max. ae ~
II T

1.7mm

% Reduce feed rate to fz=0.2mm/t or less. I
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High Feed Milling - CALP =R

Insert Specifications J] A f31&

Dimensions (mm)
Insert
A B S r d1
g
LPGX0102 6.26 | 419 | 219 | 1.0 | 2.2
IS\

% Suitable for M2.0 or M1.8 screw.

Insert Designation 7] ElgE

Working Material
Insert Order No. Code-Chipbreaker-Grade ._
« ILPGX0102SG33TX LPGX0102-SG-CX33TX ® Oe ONN J
‘b&) ILPGX0102SG33UX LPGX0102-SG-CX33UX ( BN AN J ® O
ILPGX0102SG43TX LPGX0102-SG-CX43TX ( AN [
« ILPGX0102MG33TX LPGX0102-MG-CX33TX ® Oe ONN J
‘b&) ILPGX0102MG33UX LPGX0102-MG-CX33UX ( BN AN J ® O
ILPGX0102MG43TX LPGX0102-MG-CX43TX ( AN [
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Indexable Milling &Z=z(#57]

High Feed Milling - CAJX

WINSTAIR
=SR]

CAJX Series

* Use JDMT or JDMW inserts with 3 cutting edges.
* High feed and high rigidity cutting edge for wide

range applications.

+ 32~100mm cutter diameter, max. 2mm depth of cut.

S \
m i ® (n\ \
ey — -@ﬁa JDMT 5% JDMW $£71F , 3 =T A4
- . BIEA RSN BN S B
e -32 100mm JIRER , RATIHIRERE 2mm
CAJXE - Milling Tools =it445E7]
5o J F\ace Slotﬁng Ramping Po;ket
@ - / % 4@/
: odl ol

Insert Brand : Winstar, Mitsubishi, ...

(7))
Order No. D|{L1|L|d|T]| Inserts @ N cﬁp S
Screw (Wrench| Clamp | gerew |[*
ICAJXE202032150 32 | 35 |150( 32 | 2 | JDMW1204 |ITS4008 | ITK15 IAS04 | 1AJ4012 | @
CAJXF - Milling Tools =it45857]
Face Siofting | [Ramping | [ Pocket
SiE
e 4 ﬁ <
Insert Brand : Winstar, Mitsubishi, ...
Order No. D|L1|L|d|T Inserts § %ﬁ “h cﬁp %
Screw (Wrench| Clamp | geew |=
ICAJXF204050220 50 | 23 |45 (22| 4 o
ICAJXF205063220 63 | 23 | 50 [ 22 | 5 | JIDMW1204 | ITS4008 ITK15 I1AS04 IAJ4012 ?
ICAJXF206080270 80 |26 |55 |27 | 6 ?
ICAJXF404063220 63 |23 |50 |22 | 4 o
ICAJXF405080270 80 |26 |5 |27 ] 5 jDDI\I\/jI\'/I'VJ:(?SS ITS5001 ITK20 IAS05 IAJ5014 E
ICAJXF406100320 100| 32 [ 55 | 32 | 6 o
@ stock O by inquiry
Recommended Cutting Conditions Z:Z1HIEE
JDMW1204 JDMW1405
Working Material
Vc fz ap Vc fz ap
Carbon Steel / Alloy Steel | 120~250 | 0.8~13 | 0.3~15 | 120~250 | 0.8~1.8 | 0.5~2.0
Stainless Steel 100~180 | 06~10 | 0.3~1.0 [100~180 | 06~12 | 0.5~1.5
Cast Iron 120~250| 0.8~13 | 0.3~15 | 120~250 | 0.8~1.8 | 0.5~2.0
High Temperature Alloy 40~100 | 0.5~10 | 0.3~1.0 | 40~100 | 0.5~12 | 0.5~1.5
Hardened Steel 50~100 | 0.5~1.0 | 0.3~1.0 | 50~100 | 0.5~12 | 0.5~15
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High Feed Milling - CAJX =R

EZ 2

Corner R Programming R fBEEEiEETE

Approx. R (mm)
Designation
Input. R Uncut
JDMW1204 3.0 0.63
JDMW / JDMT1405 3.0 0.64

Insert Specifications 7] #i1&

Dimensions (mm)
Insert
A B S r d1
JDMW1204 25 | 120 | 476 | 2.0 | 475
JDMW1405 28 | 140 | 556 | 2.0 | 575
JDMT1405 28 [ 140 | 556 | 2.0 | 5.75

Insert Designation 7]} Elgk

Working Material
Insert Order No. Code-Chipbreaker-Grade -_
IJDMW120420SMG32HS  [JDMW120420ZDSR-MG-CX32HS| @ | O | @
@ IJDMW120420SMG33TX | JDMW120420ZDSR-MG-CX33TX| @ | O | @ OoO| e
o IJDMW120420SMG43TX | JDMW120420ZDSR-MG-CX43TX| @ | @ o
IJDMW120420SRG32HS JDMW120420ZDSR-RG-CX32HS| @ | O | @
p IJDMW120420SRG33TX JDMW120420ZDSR-RG-CX33TX| @ | O | @ O| @
@\ IUJDMW120420SRG43TX JDMW120420ZDSR-RG-CX43TX| @ | @ o
IJDMW120420SRG37TA JDMW120420ZDSR-RG-CX37TA| @ o O
P IJDMW140520SMG32HS  [JDMW140520ZDSR-MG-CX32HS| @ | O | @
IUDMW140520SMG33TX | JDMW140520ZDSR-MG-CX33TX| @ | O | @ o|e
P IJDMW140520SRG32HS JDMW140520ZDSR-RG-CX32HS| @ | O | @
IJDMW140520SRG33TX JDMW140520ZDSR-RG-CX33TX| @ | O | @ O| @
‘ IJDMT140520SMG32HS JDMT140520ZDSR-MG-CX32HS | @ | O | @
;@ IJDMT140520SMG33TX JDMT140520ZDSR-MG-CX33TX | @ | O | @ oO| e
IJDMT140520SMG43TX JDMT140520ZDSR-MG-CX43TX | @ | @ [

A089



Indexable Milling &%= 8t7] WINSTAR
High Feed Milling - CASR =R

CASR Series
+ Use SDMT or SDNW inserts with 4 cutting edges.

+ High feed and more economical for wide range
applications.

+ 50~80mm cutter diameter, max. 1.5mm depth of cut.
- {$F SDMT 3§ SDNW #7115 , 4 @RI BYIHIA

- B~ BEERSBINETIEIT @AM
- 50~80mm JJEETE , RATIHIFREE 1.5mm

Face Slofﬁng Ramping Po;ket

& &€ e

a ‘/ % ‘/
Insert Brand : Winstar, Hitachi, ...

S| ay | & |2

Order No. D L d T Inserts & Clamp §
Screw [Wrench| Clamp | geew |=

ICASRF203050220 50 22 50 3 o
ICASRF204050220 50 22 50 4 o
ICASRF203063220 63 22 50 3 o
ICASRF204063220 63 22 50 4 o
SSIZAV-\FA%OS IMS4011A[ ITF15 IYR-06 |IMS4008ES—

ICASRF204080310 | 80 |31.75| 55 | 4 |S 05 )
ICASRF204080320 80 32 55 4 o
ICASRF205080310 80 |31.75| 55 5 o
ICASRF205080320 80 32 55 5 o

@ stock O by inquiry

Recommended Cutting Conditions ZE:%]HI &0

Working Material Vc fz ap
Carbon Steel / Alloy Steel 120 ~ 250 0.8~1.8 03~15
Stainless Steel 100 ~ 180 06~12 0.3~1.0
Cast Iron 120 ~ 250 08~138 03~15
High Temperature Alloy 40 ~ 100 05~1.2 03~1.0
Hardened Steel 50 ~ 100 05~12 0.3~1.0
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Indexable Milling &Z=z(#57]

High Feed Milling - CASR =SR]

Corner R Programming R fBEiEEiEHi5E

o

WINSTAIR

Approx. R (mm)
Designation
Input. R Uncut
SDMT1205 / SDNW1205 45 0.83
Insert Specifications 7] 1%

Dimensions (mm) _
Insert
A S r d1 A@ Eﬁ
SDMT1205 12.7 5.56 15 4.6 ~r
SDNW1205 12.7 5.56 15 4.6
Insert Designation 7] ElgE
Working Material
Insert Order No. Code-Chipbreaker-Grade m
ISDMT1205ZDENSG23TX | SDMT1205ZDEN-SG-CX23TX | O | O | O O| @
; ISDMT1205ZDENSG32HS | SDMT1205ZDEN-SG-CX32HS | @ | O | @
@ ISDMT1205ZDENSG33TX | SDMT1205ZDEN-SG-CX33TX | @ | O | @ O| @
- ISDMT1205ZDENSG33UX | SDMT1205ZDEN-SG-CX33UX | @ | @ | @ ® O
ISDMT1205ZDENSG43TX | SDMT1205ZDEN-SG-CX43TX | @ | @ [
ISDMT1205ZDTNMG23TX [ SDMT1205ZDTN-MG-CX23TX| O | O | O | e
ISDMT1205ZDTNMG32HS | SDMT1205ZDTN-MG-CX32HS | @ | O | @
‘@ ISDMT1205ZDTNMG33TX | SDMT1205ZDTN-MG-CX33TX | @ | O | @ O| @
o ISDMT1205ZDTNMG33UX | SDMT1205ZDTN-MG-CX33UX | @ | @ | @ ® O
ISDMT1205ZDTNMG43TX | SDMT1205ZDTN-MG-CX43TX | @ | @ {
ISDMT1205ZDTNRG23TX | SDMT1205ZDTN-RG-CX23TX | O | O | O oO| e
i ISDMT1205ZDTNRG32HS | SDMT1205ZDTN-RG-CX32HS | @ | O | @
@ ISDMT1205ZDTNRG33TX | SDMT1205ZDTN-RG-CX33TX | @ | O | @ oO| e
ISDMT1205ZDTNRG43TX | SDMT1205ZDTN-RG-CX43TX | @ | @ o
Q ISDNW1205ZDTNMG32HS | SDNW1205ZDTN-MG-CX32HS | @ | O | @
| — ISDNW1205ZDTNMG33TX | SDNW1205ZDTN-MG-CX33TX | @ | O | @ O| @
ISDNW1205ZDTNRG23TX | SDNW1205ZDTN-RG-CX23TX| O | O | O O| @
o ISDNW1205ZDTNRG32HS | SDNW1205ZDTN-RG-CX32HS | @ | O | @
@ ISDNW1205ZDTNRG33TX | SDNW1205ZDTN-RG-CX33TX | @ | O | @ oO| e
ISDNW1205ZDTNRG43TX | SDNW1205ZDTN-RG-CX43TX | @ | @ o
ISDNW1205ZDTNRG37TA | SDNW1205ZDTN-RG-CX37TA | @ o O
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High Feed Milling - CF23 =R

CF23 Series
- Use WP26 inserts with 3 cutting edges.
- High feed and high rigidity negative designed for
() hardened steel.
/. - + 32~160mm cutter diameter, max. 2mm depth of cut.
. <® Q) - 3 WP26 #7117 , 3 R ALINIfA

 BEAREEILA AR, BARNEEARIT
- 32~160mm THSEAE , BAIEIRERE 2mm

CF23E - Milling Tools =it4a%:7]

F\ace Ramping Helical Ramping Plunging

g 8 E%/ 3 w

| & Iﬂ% LI

Insert Brand : Winstar, Walter, ...

(92}

Order No. D | L1 L d T Inserts & )

Screw |Wrench | x

ICF23E203032150 32 28 150 32 3 O

ICF23E203035180 35 40 180 32 3 O

WP26339R14 | ITS4005 | ITK15 —

ICF23E203035230 35 40 230 32 3 ([

ICF23E204040200 40 40 200 32 4 O

ICF23E202040200 40 45 200 32 2 O

WP26379R25 | ITS5002 | ITK20 [—

ICF23E203050200 50 45 200 32 3 O
CF23F - Milling Tools = i&458ET]

F\ace Ramping Helicg{rkamping Plquing

L &€ d

& | &8

Insert Brand : Winstar, Walter, ...

(92}

Order No. D | L1 L d T Inserts & )

Screw |Wrench | x

ICF23F203050220 50 21 50 22 3 o

ICF23F204063220 63 21 50 22 4 O

ICF23F205080270 80 23 50 27 5 O

WP26379R25 | ITS5002 | ITK20 [—

ICF23F206100320 100 26 50 32 6 o

ICF23F207125400 125 38 63 40 7 O

ICF23F208160400 160 38 63 40 8 o

@ stock O by inquiry Customize available.
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Indexable Milling &Z=z(#57]

High Feed Milling - CF23

Recommended Cutting Conditions ZE:&]HIE1E

WP26339R14 WP26379R25
Working Material
Vc fz ap Vc fz ap
Carbon Steel / Alloy Steel | 120~250 | 04~15 | 04~15 | 120~250| 04~3.0 | 04~2.0
Stainless Steel 100~180 | 04~12 | 04~10 [100~180 | 04~20 | 04~14
Cast Iron 120~250| 04~15 | 04~15 | 120~250| 04~3.0 | 04~2.0
High Temperature Alloy | 40~100 | 04~10 | 04~10 | 40~100 | 04~16 | 04~1.2
Insert Specifications 7] #i1&
Dimensions (mm)
Insert
A B S r d1
WP26339R 14 - 952 | 397 | 1.2 44
WP26379R25 1.1 13 556 | 2.0 5.5

Insert Designation 7] ElgE

Working Material

Insert Order No. Code-Chipbreaker-Grade -_
IWP26314RG23TX WP26339R14-RG-CX23TX | O | O | O O| @

P IWP26314RG32HS WP26339R14-RG-CX32HS | @ | O | @

6 IWP26314RG33TX WP26339R14-RG-CX33TX | @ | O | @ oO| e
IWP26314RG43TX WP26339R14-RG-CX43TX | @ | @ o
IWP26725RG23TX WP26379R25-RG-CX23TX | O | O | O O| @

é\ IWP26725RG32HS WP26379R25-RG-CX32HS | @ | O | @

""; IWP26725RG33TX WP26379R25-RG-CX33TX | @ | O | @ oO| e
IWP26725RG43TX WP26379R25-RG-CX43TX | @ | @ L
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