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Positively Simple




NEED TO SIMPLIFY YOUR FACE MILLING OPERATIONS?

MAKE IT EASY WITH
& QuattroMill”

The first choice for Face milling ap mm QuattroMill range -
QuattroMill is more than a general-purpose facemill. 8 - -
It is the industry’s new first choice for the full range First Choice
of face milling applications and materials. Its super ! 220.53-12
positive geometry, up to 35° effective rake angle, 6
maximizes your machine tool’s available power, 5 ¥ 205300
allowing you to do more with less.
4
Strong, square inserts give you depth-of-cut 3
capabilities up to 6 mm and the confidence to
tackle your challenging applications. Add to that, 2
the latest cutter body design and a new level of 1
precision manufacturing, and your face milling
applications just got positively simple. 0.10 0.20 030 0.40

f; mm/tooth



Not just another pretty facemill.

Looks aren’t everything, but in this case, they are quite
important. QuattroMill is manufactured using the latest
multi-axis CNC machines and processes for exacting
precision. Pockets are perfectly positioned and feature
a 10° positive angle with the closest manufacturing
tolerances in the industry. All new cutter bodies range
from 20 mm to 200 mm and feature an extremely hard
coating (greater than 700 Vickers) to further enhance
the life of the cutter body. Through-coolant is also
standard on cutters up to 125 mm.

How sure are we that this facemill can make it easy?
Super positive!!!

The 10° positive angle in the cutter body pocket is
complemented by seven insert geometries, from flattop
to the most free-cutting +25° geometry. This, in
combination with a choice of seven carbide grades,

including the new T200M and T350M, allows you
to machine steel, stainless steel, cast iron and even
high-temperature alloy materials.



IT'S ALL ABOUT PRODUCTIVITY

That means that time is saved between parts, and
indexing can take place easily, even on the machine.

The name of the game is to keep you ’in cut’. Your
productivity depends on things like reduced cycle times,
quick insert indexing, higher metal removal and con-
sistent part quality. These issues were cen-
tral to the design of QuattroMill.

QuattroMill’s super positive, free-cutting design
gives you two other options to boost your pro-
ductivity: Increase the depth of cut, or turn up
the feed rate. Because QuattroMill is so free
cutting, you can take full advantage of the
available power and get more from your
machine.

Fewer spare parts and extra thick
inserts with integrated anvils,

means that you won’t have to
fumble with an insert seat.
Furthermore, all QuattroMill
inserts are manufactured with

a through-hole to accept a
centre-lock TorxPlus™ screw,

which we made stronger and longer
so it doesn’t need to be removed
when indexing to the next cutting edge.

The standard insert produces a very
good surface finish. For even better
finishes, use the wiper insert. The large
wiper flat makes it possible to increase
the feed rate and still get a very high
quality finish.

QuattroMill: The easiest way to increase productivity
In the tests below, QuattroMill beat the competition
easily. In both cases, Seco’s milling grade F40M

was used in a 12mm insert to provide a 60% and

50% (respectively) increase over competitive 45°
lead facemills.

+60% Test Resuits +50% Test Results

Workpiece material: Workpiece material:

Alloyed steel SECO Competitor Stainless steel SECO Competitor
Cutter 220.53-0063-12-56A 45° lead Facemill Cutter 220.53-0080-12-6A 45° lead Facemill
Insert SEMX1204AFTN-ME12 Square insert Insert SEMX1204AFTN-ME12 Square insert
Grade F40M - Grade F40M -

Cutting speed 160 126 Cutting speed 220 220
Diameter 63 63 Diameter 80 80
No. of teeth 5 5 No. of teeth 6 4
Feed per tooth 0,2 0,15 Feed per tooth 0,17 0,17
Table feed 800 500 Table feed 890 595
Depth of cut 3 3 Depth of cut 1 1
Width of cut 50 50 Width of cut 50 50
Coolant no no Comments Smooth cutting Some vibrations
Overhang 200 200 Better surface 7 = 6 was impossible
No. of parts 6 4
Comments Smooth cutting Some vibrations

Better surface




One new technology . . .

A whole range of possibilities

The first choice QuattroMill uses 12 mm
inserts in cutter bodies ranging from

40 mm to 200 mm and are available in
normal, close and coarse pitch versions.
QuattroMill technology has also been
introduced in a size, using smaller

9 mm inserts and
cutter bodies as
small as 20 mm
(with integral
shank).

This two-size
solution allows
you to handle a

®
broad range of :
challenging

- »‘
&
operations, o .
even weak or »
A
unstable

set ups, older

and under-powered machines, parts
with thin walls and even long overhangs
where vibration can be detrimental

to both the component and the

cutting tool.

QuattroMill, industry’s

new first choice facemill

If you want to simplify your general-
purpose face milling applications and
get the added benefits of ease of use,
increased productivity, reliability and
greater precision — make it easy . . .
make it QuattroMill.




FACE MILLING PRODUCTIVITY

OPTIMIZE

Fine tune your face milling performance with a choice of
cutter families that provides different depth of cut and
feed rate capabilities, versatility and economy. The fea-
tures and capabilities of QuattroMill are complemented
by two other Seco families of facemills: OctoMill™ and
HexaMill™.

HexaMill ™
— Higher DOC
— Economy

First Choice

QuattroMill™
— Simplicity
— Productivity

™

OctoMill
— Lighter DOC
— Economy

For economy in light to medium duty face milling
applications in a full range of materials, choose OctoMill.
With an eight-sided insert and unique cutter body design,
OctoMill offers the lowest cost per edge, and the ability

ap mm
8 OctoMill
. application area
6
220.43-07
5
4 4 220.43-05
3

0.10 0.20 0.30 0.40
f; mm/tooth

to slot, ramp, plunge and interpolate. OctoMill is
available in a full range of cutter body diameters; 5 mm
and 7 mm insert sizes; and a combination of grades and
geometries to handle all materials.

For those operations where higher metal removal is
required, Seco offers HexaMill. The 12 mm inserts are
extra-thick to provide security and safety in higher feed/
higher depth of cut, aggressive metal removal applications.

With a unique hexagonal insert, HexaMill also offers the
economy of six cutting edges. A full range of cutter body
diameters and insert grades and geometries is available
for medium to rough machining of all materials.

0.10 0.20 0.30 0.40 0.50 0.60 0.70 0.80
fz mm/tooth



INCREASE TOOL LIFE WITH ACCU-FIT™

Increase tool life and minimize run-out with Seco’s new
Accu-Fit™ — the hydraulic shell mill holder that provides
the best connection between milling cutter and machine
tool. Use with our versatile QuattroMill and take precision
manufacturing to an all-new level.

Fine balanced to 3 gmm/kg, Accu-Fit is the best choice
for high-revolution applications and difficult materials.
And, because the mechanism is self-centering, balance of
the assembled cutter and holder is maintained during
demanding high-speed operations.

Accu-Fit" holder’s TruCentre

Our patent-pending TruCentre™ design features an
expandable hydraulic spigot to precisely hold the shell
mill, eliminate play and minimize run out.

ZA P Seaing

™~ Hydraulic fluid

—— Spigot

Available in a range of sizes and styles

Accu-Fit comes with HSK-A or SA (DIN, BT, ANSI) back
ends, and is available in both inch and metric versions
with spigot sizes from 22 mm (3/4") to 40 mm (1-1/2").
With through coolant channels in the spigot.

The clamping force between the cutter and the holder is
further secured by the central bolt.

Milling cutter bore Expanding spigot

[

Standard competitor Accu-Fit™
holder Hydraulic TruCentre™
holder
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Face milling cutters SECO =

220.53-09

« For insert selection and cutting data
recommendations, see pages 16, 20.

« For complete insert programme, see pages 18-20. Tool angles:  yo = +10°
Yp = +20°
yf=-5°
Dimensions in mm
Pitch Part No. D, D¢, Iy a, gnﬂ% @
Normal
R220.53 -0032-09-4A 32 42 40 45 4 0,2 SE..09T3
-0040-09-4A 40 50 40 4,5 4 0,4 SE..09T3
-0050-09-5A 50 60 40 45 5 0,4 SE..09T3
-0063-09-6A 63 73 40 45 6 0,6 SE..09T3
-0080-09-6A 80 90 50 45 6 12 SE..09T3
-0100-09-7A 100 110 50 4,5 7 1,8 SE..09T3
Close
R220.53 -0040-09-5A 40 50 40 45 5) 0,4 SE..09T3
-0050-09-6A 50 60 40 45 6 0.4 SE..09T3
-0063-09-7A 63 73 40 45 7 0,6 SE..09T3
-0080-09-8A 80 90 50 45 8 1.2 SE..09T3
-0100-09-10A 100 110 50 45 10 18 SE..09T3
Spare parts
Locking screw Key Arbor screw
For cutter
R220.53-0032 C03007-TO9P TO9P-3 220.17-690
R220.53-0040-0063 C03007-T09P TO9P-3 220.17-696
R220.53-0080-0100 C03007-TO9P TO9P-3 -
Dimensions of mounting
Dimensions in mm
< dmpm > For
Bkw For cutter dmy, Biw c arbor
B v
=) o
[} R220.53-0032 16 8,4 5,6 16
R220.53-0040-0063 22 10,4 6,3 22
R220.53-0080 27 12,4 7 27
R220.53-0100 32 14,4 8 32

Please check availability in current price and stock-list.
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Face milling cutters SECO =

217.53-09

« For insert selection and cutting data
recommendations, see pages 16, 20.

« For complete insert programme, see pages 18-20. Tool angles:  yo = +10°
Yp = +20°
yf=-7°--5°
Dimensions in mm
%@ Type of
Part No. D, Dey dm, I, [ le a, mounting
R217.53 -2020.3S-09-2A 20 30 20 90 40 50 45 2 0,2 Seco/Weldon SE..09T3
-2025.35-09-3A 25 35 20 90 40 50 45 3 03 Seco/Weldon SE..09T3
-2032.35-09-4A 32 42 20 90 40 50 45 4 0,4 Seco/Weldon SE..09T3
Spare parts
Locking screw Key
For cutter
R217.53-.. C03007-TO9P T09P-3

Please check availability in current price and stock-list.
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Face milling cutters SECO =

220.53-12

« For insert selection and cutting data
recommendations, see pages 17, 20.

- For complete insert programme, see pages 18-20. Tool angles:  yo =+10°
Yp = +20°
yf=-5°
Dimensions in mm
Pitch Part No. D, D¢, Iy a, gnﬂ% @
Normal
R220.53 -0040-12-3A 40 52 40 6 3 0,4 SE.X1204
-0050-12-4A 50 62 40 6 4 0,4 SE.X1204
-0063-12-5A 63 75 40 6 5 0,5 SE.X1204
-0080-12-6A 80 92 50 6 6 1,1 SE.X1204
-0100-12-7A 100 112 50 6 7 1,7 SE.X1204
-0125-12-8A 125 137 63 6 8 3,2 SE.X1204
-8160-12-10 160 172 63 6 10 4,6 SE.X1204
-8200-12-12 200 212 63 6 12 7,6 SE.X1204
Spare parts
Locking screw Key Arbor screw
For cutter
R220.53-0040-0063 C04011-T15P T15P-4 220.17-696
R220.53-0080-8200 C04011-T15P T15P-4 -
Dimensions of mounting
Dimensions in mm
dhci—» For For
T"’“... For cutter dmy, Biw c o ) arbor spindle-nose
Bikw
0 !
‘ Lo c R220.53-0040-0063 22 10,4 6,3 - 22 -
| R220.53-0080 27 12,4 7 - 27 -
R220.53-0100 32 14,4 8 - 32 -
R220.53-0125 40 16,4 9 - 40 -
R220.53-8160 40 16,4 9 66,7 40 1S040
R220.53-8200 60 25,7 14 101,6 - 1SO50

Please check availability in current price and stock-list.
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Face milling cutters SECO =

220.53-12

« For insert selection and cutting data
recommendations, see pages 17, 20.

« For complete insert programme, see pages 18-20. Tool angles:  yo =+10°
Yp = +20°
yf=-5°
Dimensions in mm
Pitch Part No. D, De, Iy a, guﬂ% @
Coarse
R220.53 -0100-12-5A 100 112 50 6 5) 1,7 SE.X1204
-0125-12-6A 125 137 63 6 6 il SE.X1204
-8160-12-7 160 172 63 6 7 4,6 SE.X1204
-8200-12-8 200 212 63 6 8 7.4 SE.X1204
Spare parts
Locking screw Key
For cutter
R220.53-.. C04011-T15P T15P-4
Dimensions of mounting
Dimensions in mm
For
For cutter dmy, Biw c arbor
R220.53-0100 32 14,4 8 32
R220.53-0125 40 16,4 9 40
R220.53-8160 40 16,4 9 40
R220.53-8200 60 25,7 14 -

Please check availability in current price and stock-list.
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Face milling cutters SECO =

220.53-12

« For insert selection and cutting data
recommendations, see pages 17, 20.

- For complete insert programme, see pages 18-20. Tool angles:  yo =+10°
Yp = +20°
yf=-5°
Dimensions in mm
Pitch Part No. D, D¢, Iy a, gnﬂ% @
Close
R220.53 -0040-12-4A 40 52 40 6 4 0,3 SE.X1204
-0050-12-5A 50 62 40 6 5 04 SE.X1204
-0063-12-6A 63 75 40 6 6 0,5 SE.X1204
-0080-12-8A 80 92 50 6 8 1,1 SE.X1204
-0100-12-10A 100 112 50 6 10 1,7 SE.X1204
-0125-12-12A 125 137 63 6 12 31 SE.X1204
Spare parts
Locking screw Key Arbor screw
For cutter
R220.53-0040-0063 C04011-T15P T15P-4 220.17-696
R220.53-0080-0125 C04011-T15P T15P-4 -
Dimensions of mounting
Dimensions in mm
< dmpm > For
Bkw For cutter dmy, Biw c arbor
B v
77/ B
[} R220.53-0040-0063 22 10,4 6,3 22
R220.53-0080 27 12,4 7 27
R220.53-0100 32 14,4 8 32
R220.53-0125 40 16,4 9 40

Please check availability in current price and stock-list.
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EPB - Accu-Fit™, holders

SECO2

Type 5545 - Shell mill holders, Accu-Fit™

HSK BT SA
: pe rram i
i / PR ‘—:%
i A S —— S d
T [ 2
e 0,y B ==
i i \ i
e T —
‘47I14>‘¢I3+
Dimensions in mm
d;
Taper mm Part No. A D, D, L Iy I3 Balancing
HSK-A63
22 E9304 5545 2250 50 48 48 101 24 19 1 1,10
27 E9304 5545 2760 60 60 53 113 34 21 1 1,45
32 E9304 5545 3260 60 78 53 116 34 24 1 1,75
HSK-A100
22 E9306 5545 2255 55* 48 48 124 26 19 1 3,35
27 E9306 5545 2750 50 60 60 121 21 21 1 3,50
32 E9306 5545 3250 50 78 78 124 21 24 1 3,70
40 E9306 5545 4060 60 89 88 137 31 27 1 3,95
BT40
22 E3414 5545 2245 45 48 - 129,4 18 19 1 1,15
27 E3414 5545 2745 45 60 - 1314 18 21 1 135
32 E3414 5545 3250 50 78 - 139,4 23 24 1 1,60
BT50
22 E3416 5545 2255 55 48 - 175,8 17 19 1 3,95
27 E3416 5545 2755 55 60 - 177,8 17 21 1 4,15
32 E3416 5545 3255 55 78 - 180,8 17 24 1 4,40
40 E3416 5545 4055 55 89 - 183,8 17 27 1 4,70
SA40
22 E3469 5545 2235 35 48 48 122,4 16 19 1 1,05
27 E3469 5545 2745 45* 60 50 1344 26 21 1 1,45
32 E3469 5545 3250 50 78 50 142,4 31 24 1 1,75
SA50
22 E3478 5545 2235 35 48 69,85 155,7 16 19 1 3,30
27 E3478 5545 2740 40 60 69,85 162,7 21 21 1 3,50
32 E3478 5545 3250 50 78 78 1757 31 24 1 4,00
40 E3478 5545 4050 50 89 80 178,7 31 27 1 4,10
* Dimension A changed in regard of 5525 type holders. Balancing: 1 = Fine-balanced (3 gmm/kg).
Accessories Spare parts
Locking key Spanner Bolt, through Bolt (1) Tenon/ Screw (2)
coolant type (4)
> &> >
H oY,
For d; S
22 03M04 4 5812210 5812210L 5802210 16C2101111 951D0416
27 03M04 4 5812712 5812712L 5802712 16C2121214 951D0508
32 03M04 4 5813216 5813216L 5803216 16C2141421 951D0516
40 03M04 4 5814020 5814020L 5804020 16C2161621 951D0516

Assembly procedure

1. Assemble the cutter on to the holder.

2. Tighten the hydraulic spigot pressuring screw until the clearance is eliminated.

3. Tighten fully the axial locking bolt according to normal procedure.
4. Completely tighten the hydraulic spigot pressuring screw to the bottom of the thread.
Warning! Never lock the hydraulic spigot pressuring screw without having a cutter in place. It could destroy the spigot.
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Face milling cutters

co:x

Insert selection - 217/220.53-09 Universal insert: SEMX 09T3AFTN-M08 F40M
Seco Alternatives
Material Recom. feed
group No. f, mm/tooth First choice Difficult operations Easy operations
1 0,09-0,16 SEMX 09T3AFTN-M08 FA0M SEMX 09T3AFTN-M08 T350M SEMX 09T3AFTN-MEO06 T250M
2 0,09-0,16 SEMX 09T3AFTN-M08 F40M SEMX 09T3AFTN-M08 T350M SEMX 09T3AFTN-MEQ6 T250M
8] 0,09-0,14 SEMX 09T3AFTN-M08 FA0M SEMX 09T3AFTN-M08 T350M SEMX 09T3AFTN-MEO6 T250M
4 0,09-0,14 SEMX 09T3AFTN-M08 FA0M SEMX 09T3AFTN-M08 T350M SEMX 09T3AFTN-ME06 T250M
5] 0,06-0,11 SEMX 09T3AFTN-M08 T250M SEEX 09T3AFTN-D09 T200M SEMX 09T3AFTN-M08 T250M
6 0,06-0,11 SEMX 09T3AFTN-M08 T250M SEEX 09T3AFTN-D09 T200M SEMX 09T3AFTN-M08 T250M
7 0,06-0,08 SEEX 09T3AFTN-D09 T200M SEEX 09T3AFN-MO05 F30M SEEX 09T3AFN-MO05 F30M
8 0,09-0,16 SEEX 09T3AFTN-MEOQ7 FA0M SEEX 09T3AFTN-M08 T350M SEEX 09T3AFTN-MEOQ7 FA0M
9 0,09-0,14 SEEX 09T3AFTN-MEQ7 FA0M SEEX 09T3AFTN-MO08 T350M SEEX 09T3AFTN-MEQ7 FA0M
10 0,09-0,11 SEEX 09T3AFTN-M08 T350M SEEX 09T3AFTN-M08 FA0M SEEX 09T3AFTN-MEOQ7 T350M
11 0,07-0,10 SEEX 09T3AFTN-M08 T350M SEEX 09T3AFTN-MO08 F40M SEEX 09T3AFTN-MEQ7 T350M
0,09-0,14 SEEX 09T3AFTN-M08 T150M SEEX 09T3AFTN-D09 T200M SEEX 09T3AFN-MO5 F30M
0,09-0,14 SEEX 09T3AFTN-M08 T150M SEEX 09T3AFTN-D09 T200M SEEX 09T3AFN-MO05 F30M
0,06-0,11 SEEX 09T3AFTN-M08 T150M SEEX 09T3AFTN-D09 T200M SEEX 09T3AFN-MO05 F30M
0,06-0,11 SEEX 09T3AFTN-D09 T200M SEEX 09T3AFTN-D09 T200M SEEX 09T3AFN-MO5 F30M
0,09-0,16 SEEX 09T3AFN-E04 H15 SEEX 09T3AFN-E04 F40M SEEX 09T3AFN-E04 H15
17 0,09-0,16 SEEX 09T3AFN-E04 H15 SEEX 09T3AFN-E04 FAOM SEEX 09T3AFN-EQ4 H15
20 0,06-0,08 SEEX 09T3AFTN-MEQ7 T350M SEEX 09T3AFTN-MO08 F40M SEEX 09T3AFTN-MEQ7 T250M
21 0,06-0,08 SEEX 09T3AFTN-M08 FA0M SEEX 09T3AFN-MO05 F30M SEEX 09T3AFTN-MEOQ7 T350M
22 0,07-0,10 SEEX 09T3AFTN-MEQ7 FA0M SEEX 09T3AFTN-M08 FA0M SEEX 09T3AFTN-M08 T350M
Cutting data
Grades
T150M | T200M/F15M* | T250M | T350M/F30M | T25M | F40M | H15
Feed, f, (mm/tooth)
Mif;ci’al 0,06 0,10 0,16 | 0,06 0,10 0,16 | 0,06 0,10 0,16 | 0,06 0,10 0,16 | 0,06 0,10 0,16 | 0,06 0,10 0,16 | 0,06 0,10 0,16
group No. Cutting speed, v, (m/min)
1 - - - 420 370 325 360 320 280 330 290 255 345 305 265 315 280 245 - - -
2 - - - 375 330 290 320 285 250 295 260 230 305 270 240 280 250 220 - - -
3 - - - 310 275 240 265 235 205 240 215 190 255 225 195 230 205 180 - - -
4 - - - 285 255 220 245 215 190 225 200 175 235 210 180 215 190 165 - - -
5 - - - 240 215 190 210 185 160 190 170 145 200 175 155 180 160 140 - - -
6 - - - 185 165 - 160 140 - 145 130 - 155 135 - 140 125 - - - -
7 - - - 65 60 - 55 50 - 50 45 - 55 50 - 50 45 - - - -
8 - - - 340 300 265 295 260 225 265 235 210 280 250 215 255 225 - - - -
9 - - - 295 265 230 255 225 200 235 205 180 245 215 190 225 200 - - - -
10 - - - 255 225 195 215 190 170 200 175 155 210 185 160 190 170 - - - -
11 - - - 200 175 - 170 150 - 155 135 - 165 145 - 150 130 - - - -
350 310 270 275 245 215 235 210 185 215 190 165 225 200 175 205 185 160 230 200 175
320 285 250 255 225 195 215 190 170 200 175 155 210 185 160 190 170 150 210 185 165
295 260 230 230 205 180 200 175 155 180 160 140 190 170 145 175 155 135 190 170 -
235 210 - 185 165 - 160 140 - 145 130 - 155 135 - 140 125 - - - -
- - - 1430 1270 1110 | 1225 1085 955 | 1120 995 870 | 1175 1040 910 | 1075 950 835 | 1185 1050 920
17 - - - 1155 1025 900 990 880 770 905 800 705 950 840 735 870 770 675 960 850 745
20 - - - - - - 75 65 - 70 60 - 70 65 - 65 60 - - - -
21 - - - - - - 45 40 - 45 40 - 45 40 - 40 35 - - - -
22 - - - - - - 75 65 - 70 60 - 70 65 - 65 60 - - - -
* For grade F15M only use values in material groups 12-14 and 16-17. For T200M only use values in groups 1-15.
Surface finish Dimensions in mm
Insert Max Wiper flat
Feed mm/ size D.0.C. width
Type of insert rev<= Ra UM | a, B
SEEX09T3.. 15 1,0 9 4,5 15

Finish of the milled surface is determined by feed/rev used.
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Face milling cutters

SECO2

Insert selection - 220.53-12 Universal insert: SEMX 1204AFTN-M15 T350M
Seco Alternatives
Material Recom. feed
group No. f, mm/tooth First choice Difficult operations Easy operations
1 0,15-0,35 SEMX 1204AFTN-M15 T350M SEMX 1204AFTN-M15 F40M SEMX 1204AFTN-ME12 T250M
2 0,15-0,35 SEMX 1204AFTN-M15 T350M SEMX 1204AFTN-M15 F40M SEMX 1204AFTN-ME12 T250M
3 0,15-0,30 SEMX 1204AFTN-M15 T350M SEMX 1204AFTN-M15 F40M SEMX 1204AFTN-ME12 T250M
4 0,15-0,30 SEMX 1204AFTN-M15 T350M SEMX 1204AFTN-M15 F40M SEMX 1204AFTN-ME12 T250M
5 0,10-0,25 SEMX 1204AFTN-M15 T200M SEEX 1204AFTN-M15 T250M SEMX 1204AFTN-M15 T250M
6 0,10-0,20 SEMX 1204AFTN-M15 T200M SEEX 1204AFTN-MD18 T250M SEMX 1204AFTN-M15 T200M
7 0,10-0,15 SEEX 1204AFTN-MD18 T200M SEEX 1204AFTN-MD18 F30M SEEX 1204AFTN-M14 T200M
8 0,15-0,30 SEEX 1204AFTN-M14 F40M SEEX 1204AFN-M10 T350M SEEX 1204AFTN-ME11 T250M
9 0,15-0,30 SEEX 1204AFTN-M14 F40M SEEX 1204AFN-M10 T350M SEEX 1204AFTN-ME11 T350M
10 0,15-0,20 SEEX 1204AFN-M10 T350M SEEX 1204AFN-M10 F40M SEEX 1204AFTN-ME11 T350M
11 0,10-0,20 SEEX 1204AFN-M10 T350M SEEX 1204AFN-M10 F40M SEEX 1204AFTN-ME11 T350M
0,15-0,35 SEMX 1204AFTN-M15 T150M SEEX 1204AFTN-MD18 T200M SEMX 1204AFTN-M15 T150M
0,15-0,30 SEMX 1204AFTN-M15 T150M SEEX 1204AFTN-MD18 T200M SEMX 1204AFTN-M15 T150M
0,10-0,25 SEMX 1204AFTN-M15 T150M SEEX 1204AFTN-MD18 T200M SEMX 1204AFTN-M15 T150M
0,10-0,20 SEMX 1204AFTN-M15 T200M SEEX 1204AFTN-MD18 T200M SEMX 1204AFTN-M15 T150M
0,15-0,40 SEEX 1204AFN-E08 H25 SEEX 1204AFN-E08 F40M SEEX 1204AFN-E08 H25
17 0,15-0,35 SEEX 1204AFN-E08 H25 SEEX 1204AFN-E08 F40M SEEX 1204AFN-E08 H25
20 0,10-0,20 SEEX 1204AFTN-ME11 T350M SEEX 1204AFN-M10 F40M SEEX 1204AFTN-ME11 T250M
21 0,10-0,15 SEEX 1204AFN-M10 F40M SEEX 1204AFN-M10 F30M SEEX 1204AFTN-ME11 T350M
22 0,10-0,20 SEEX 1204AFTN-ME11 F40M SEEX 1204AFN-M10 F40M SEEX 1204AFTN-ME11 T350M
Cutting data
Grades
T150M | T200M | T250M | T350M | F30M | F40M | H25
Feed, f, (mm/tooth)
Mif:rci’al 0,10 0,25 0,40 | 0,10 0,25 0,40 | 0,10 0,25 0,40 | 0,10 0,25 0,40 | 0,10 0,25 0,40 | 0,10 0,25 0,40 | 0,10 0,25 0,40
group No. Cutting speed, v, (m/min)
1 = = = 365 275 235 | 310 235 200 | 285 215 180 | 285 215 180 | 270 205 175 = = =
2 = = = 325 250 210 | 280 210 180 | 255 195 165 | 255 195 165 | 240 185 155 = - -
3 = = = 270 205 170 | 230 175 145 | 210 160 135 | 210 160 135 | 200 150 130 = = =
4 = = = 250 190 160 | 210 160 135 | 195 145 125 | 195 145 125 | 185 140 120 = = =
5 = = = 210 160 135 | 180 135 115 | 165 125 105 | 165 125 105 | 155 120 100 = = =
6 = = = 165 125 - 140 105 = 125 95 = 125 95 = 120 90 = = = =
7 = = = 60 45 = 50 35 = 45 35 = 45 35 = 45 30 = = = =
8 = = = 295 225 190 | 255 195 165 | 230 175 150 | 230 175 150 | 220 165 140 = = =
9 = = = 260 195 165 | 220 170 140 | 200 155 130 | 200 155 130 | 190 145 125 = = =
10 = = = 220 170 - 190 145 = 170 130 - 170 130 110 | 165 125 105 = = =
11 = = = 175 130 - 145 110 = 135 100 - 135 100 = 130 95 80 = = =
300 230 195 | 240 180 155 | 205 155 130 | 185 140 120 | 185 140 120 | 180 135 115 | 190 145 125
280 210 180 | 220 170 140 | 190 145 120 | 170 130 110 | 170 130 110 | 165 125 105 | 175 135 115
255 195 165 | 200 155 130 | 170 130 110 | 155 120  — 155 120 100 | 150 115 95 | 160 125 -
205 155 = 165 125 - 140 105 = 125 95 = 125 95 = 120 90 = = = =
= = — [ 1245 950 800 [ 1060 810 680 | 970 735 625 | 970 735 625 | 925 700 595 [ 1000 760 640
17 = = — | 1005 765 645 | 860 650 550 | 785 595 505 | 785 595 505 | 745 565 480 | 805 615 520
20 = = = = = = 65 50 = 60 45 = 60 45 = 55 45 = = = =
21 = = = = = = 40 30 = 35 30 = 35 30 = 35 25 = = = =
22 = = = = = = 65 50 = 60 45 = 60 45 = 55 45 = = = =
Surface finish Dimensions in mm
Insert Max Wiper flat
Feed mm/ size D.0.C. width
Type of insert rev <= Ra pm | a, B
SE.. 1204.. 15 15 12 6 1,6
SEEX 1204ZZTN 2,0 0,5
6,0 0,7

Finish of the milled surface is determined by feed/rev used.
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Inserts SECO =

SEEX09
Tolerances (+ mm) Dimensions in mm
s m .
SEEX 0,025 0,025 0,025 Size ! S
0973 9,525 3,97
Prot. chamfer Grades
Coated Uncoated Cermet
S(=|<|=|=
Cutting Width SSESSEEEEEEEEEXEWE
Inserts Part No. B rake mm Angle |E|R|E|E|R2|Z|Z(RR2T 00622 |Z|C
MEQO7
SEEX 09T3AFN-E04 15 25° - - ] ] ]
09T3AFN-MO05 15 0° - - LIl
09T3AFTN-MEQ7 15 22° 0,09 15° HEE
09T3AFTN-MO08 15 0° 0,09 20° H |n
09T3AFTN-D09 15 0° 0,10 40° ]
SEEX1204
45° Tolerances (+ mm) Dimensions in mm
‘ 3*\ I S m Size | S
N SEEX 0,025 0,025 0,025
1204 12,7 4,76
NS ~/ 26i\
Ll
Prot. chamfer Grades
Coated Uncoated Cermet
s(=|<|=|=
Cuting | Width HEEAEEEEEEEEE MR
Inserts Part No. B rake mm Angle |E|R[ERR2(LZ|Z|R|QRT|R|B|S|T|T|T|O
SEEX 1204AFN-EO8 1,57 25° - - u u
1204AFN-M10 1,57 7° - - LI UL
SEEX 1204AFTN-ME11 1,57 18° 0,12 15° | ]
ZZTN SEEX 1204AFTN-M14 1,57 7° 0,15 20° L LI a
@ SEEX 1204AFTN-MD18 1,57 0° 0,15 30° L L LI
SEEX 1204ZZTN-M14* - 0° - = L L LIl

M Stock standard
Subject to change refer to current price and stock-list
* Only to be used together with SEEX1204.. inserts.
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Inserts

SECO2

SEMX09
Tolerances (+ mm) Dimensions in mm
s m -
SEMX 005 013 008 Size ! S
0973 9,525 3,97
Prot. chamfer Grades
Coated Uncoated Cermet
> D P g b~
Cutting | Width 318I1ZI13I1313|2I1212121213|5|8|<|=|2|3
Inserts Part No. B rake mm Angle |E|R|E|ERZ TR 2T 00622 |Z|C
MEO6
SEMX 09T3AFTN-MEQ06 15 25° 0,09 15° LI u
09T3AFTN-MO08 15 0° 0,09 20° HE ]
M08
SEMX12
45° Tolerances (+ mm) Dimensions in mm
“> m< 3‘\ I S o Size | s
P ) SEMX 0,03 0,025 0,03
i 1204 127 4,76
N J of
L—I—J S<L»
Prot. chamfer Grades
Coated Uncoated Cermet
slsl<|=|=
Cutting Width SS%SS%E%%%%%%%XQQE
Inserts Part No. B rake mm Angle |E|R[EIRR2L|Z|RIQR|IT|R|B|S|Z|ZZ|O
SEMX 1204AFTN-ME12 1,57 18° 0,12 15° HE ]
1204AFTN-M15 1,57 7° 0,12 20° H N HE u

M Stock standard
Subject to change refer to current price and stock-list
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R220.53-09 and R220.53-12 SECO

Suitable workpiece materials

Secomax CBN200 inserts are suitable for:
« Finishing and roughing in Seco material group 7 with hardness of 52-63 HRc, for example cold work steel.

« Finishing and roughing operations in pearlitic grey cast iron with a free ferrite content of less than 5%.
 Note! When machining in Seco material groups 13-15 conventional milling should be used.

Seco
Material
group No.
Hardened steel 7
Grey cast iron materials
Seco
DIN ASTM Material
SS 1691 A48-76 group No.
0125 GG25 35B/40B
0130 GG30 458
0135 GG35 50B
0140 GG40 60B
Feed and cutting speed recommendations
Seco
Material Feed f, Cutting speed
group No. mm/tooth Ve m/min
7 01-0,2 250 - 500
01-04 800 - 2000
01-04 800 - 2000
0,1-04 500 - 2000
SEEX09/12
Tolerances (+ mm) Dimensions in mm
| S m .
SEEX 0,025 0,025 0,025 Size : S
0973 9,525 3,97
1204 12,7 4,76
Prot. chamfer Grades
o o o o
) ) S S = S ]
Cutting Width Z z z Z z
Inserts Part No. B rake mm Angle o o o o o
SEEX 09T3AFTN-D09-LF 1,25 0° 0,15 40° n
SEEX 1204AFTN-D16-LF 1,57 0° 0,15 40° ]
SEEX 1204ZZTN-D16-LF - 0° - - ||

ZZTN

B Stock standard
Subject to change refer to current price and stock-list
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Max RPM and torque values/Ramping SECO 2

Max RPM and torque values Ramping
Recommended max RPM for all Turbo cutters are stated in the table The milling cutter design and the clearance on the bottom side of the
below. chosen insert determines the tool’s suitability for ramping.

Normally there is no need for balancing tools for RPM up to

10 000. However in some cases balancing is necessary, for instance
when using heavy tools and toolholders in small machines.

Over 10 000 RPM: Use the cutting speeds and feed rates recommended for
We recommend balancing of tool and toolholder at least separately. normal operations.

Over 20 000 RPM:

Both tool and toolholder must be balanced at least separately.

Over 30 000 RPM:

Tool and toolholder must be balanced as a unit.

The max RPM in the tables should never be exceeded.

Maximum ramping angle and cutting depth recommendations for
suitable tools are found in the tables below.

%
| oD¢
Face milling cutters Ramping
D¢ Torque Cutter dia ap o’
Cutter mm values (Nm) Max RPM @ D¢ mm max mm max
217.53-09
217.53-09 20 2 25100 20 4,5 22,2°
-09 25 2 22400 25 4,5 16,1°
-09 32 2 19800 32 4,5 11,5°
220.53-09 32 2 19800
-09 40 2 17700 220.53-09
-09 50 2 15800 32 4,5 11,5°
-09 63 2 14100 40 4,5 8,6°
50 4,5 6,6°
220.53-12 40 35 16500 63 4,5 5°
-12 50 35 14800 80 4,5 3,8°
-12 63 3,5 13200 100 4,5 3°
-12 80 35 11700
-12 100 3,5 10500 220.53-12
-12 125 35 9400 40 6 12,2°
-12 160 3,5 8300 50 6 9,1°
-12 200 35 7400 63 6 6,8°
80 6 5,1°
100 6 3,9°
125 6 3,1°
160 6 2,3°
200 6 1,8°
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Workpiece materials - Seco material groups SECO 2

Steel
Rm
(N/mm2) ke 1.1 mc
1 Very soft Igyv-carbon steels. <450 1350 0,21
Purely ferritic steels.
2 Free-cutting steels. 400 <700 1500 0,22
3 Structural steels. Ordinary carbon steels with 450 <550 1500 0,25

low to medium carbon content (<0,5%C).

Carbon steels with high carbon content (>0,5%C).
4 Medium hard steels for toughening. Ordinary low-alloy steels. 550 <700 1700 0,24
Ferritic and martensitic stainless steels.

Normal tool steels.
5 Harder steels for toughening. 700 <900 1900 0,24
Martensitic stainless steels.

Difficult tool steels.
6 High-alloy steels with high hardness. 900 <1200 2000 0,24
Martensitic stainless steels.

Difficult high-strength steels with high hardness.
7 Hardened steels from material group 3-6. >1200 2900 0,22
Martensitic stainless steels.

Stainless steel

8 Easy au;tenitic_stainless steels. ) . 1750 0,22
Free-cutting stainless steels. Calcium-treated stainless steels.

Moderately difficult stainless steels.
9 Austenitic and duplex stainless steels. el 2p2Y
Difficult stainless steels.
10 Austenitic and duplex stainless steels. 2050 0.20
11 Very difficult stainless steels.
Austenitic and duplex stainless steels. 2150 0,20
Cast iron
Medium hard cast iron. 1150 022
Grey iron. ’
Low-alloy cast iron.
Malleable cast iron. Nodular cast iron. 1225 0.25
Moderately difficult alloy cast iron. 1350 028
Moderately difficult malleable cast iron. Nodular cast iron. ’
Difficult high-alloy cast iron.
Difficult malleable cast iron. Nodular cast iron. 1470 0,30

Other materials

Free-cutting non-ferrous materials.
16 Aluminium with <16% Si. 700 0,25
Brass, Zinc, Magnesium.

Non-ferrous materials.
17 Aluminium with >16% Si. 700 0,27
Bronze, Cupro-nickel.

20 Nickel-, Cobalt- and Iron-based superalloys with hardness <30 HRc. 2600 0.24
Incoloy 800, Inconel 601, 617, 625. Monel 400. ’
21 Nickel-, Cobalt- and Iron-based superalloys with hardness >30 HRc. 3300 0.04
Incoloy 925, Inconel 718, 750-X, Monel K-500. ’
22 Titanium based alloys,
Ti-6Al-4V. 1450 0,23

ke1.1-values with O degree effective cutting rake angle. For other rake angles, reduce the kc1.1-value by 1% for every degree increase in the
cutting rake angle and vice versa. Bear in mind that the Rm-value is only an aid in the selection of the material group when the material
has been worked by rolling, drawing, heat treatment or other methods that increase the strength of the material.
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ARGENTINE Seco Tools S.A.Tel. 54 11 4892-0060 Fax 54 11 4723-8600. AUSTRALIA
Seco Tools Australia Pty. Ltd. Tel. 1300 55 7326 Fax 1300 65 7326. AUSTRIA Seco Tools
GmbH Tel. (2253) 21040 Fax. (2253) 21040-11. BELGIUM S.A. Seco Tools Benelux N.V.
Tel. (02) 389 09 60 Fax (02) 389 09 89. BOSNIA See Slovenia. BRAZIL Seco Tools Ind.
Com. Ltda. Tel. (Oxx15) 238-8631/34 Fax (0xx15) 238-8605. BULGARIA See Sweden.
CANADA Seco Tools Canada Inc. Tel. (905) 693 1780 Fax (905) 693 1788. CHINA Seco
Tools (Shanghai) Co. Ltd. Tel. Tel. 86 21 64951188 Fax 86 21 64855685. COLOMBIA
Rexco Tools Tel. (57 1)-6606030/31/32/33/35/37 Fax (57 1)-3110026. CROATIA See
Slovenia. CZECH REPUBLIC Seco Tools CZ s.r.o. Tel. 549 249 241/549 216 399
Fax 549 245 740. DENMARK Seco Tools A/S Tel. 43 44 76 00 Fax 43 44 50 30. ECUADOR
See Sweden. FINLAND Seco Tools OY Tel. (09) 2511 72 00 Fax. (09) 251172 01. FRANCE
Seco Tools France Tel. 0825 826 379 Fax. 02 48 67 27 05, Seco EPB Tel. 03 88 71 38
89 Fax 03 88 70 98 98. GERMANY Seco Tools GmbH Tel. (0211) 2401-0 Fax (0211)
2401275. GREECE Athens Mechanica Tel. 2105231284-5 Fax. 2105231286. HONGKONG
Seco Tools (Shanghai) Co. Ltd Tel. (852) 2304 1758 Fax (852) 2304 1756. HUNGARY
Seco Tools KFT Tel. (36-1) 267-6720/383-6568 Fax (36-1) 267-6721. INDIA Seco Tools
India (P) Ltd. Tel. 020-4120000 Fax.91-20-4120210. INDONESIA See Singapore. ITALY
Seco Tools Italia S.p.A. Tel. 031-978111 Fax 840-000938. JAPAN Seco Tools Japan
K.K. Tel. 03-3239-3071 Fax 03-3230-4955. MACEDONIA See Hungary. MALAYSIA Seco
Tools Malaysia Sdn Bhd Tel. 03-9059 1833 Fax. 03-90594833. MEXICO Seco Tools de
Mexico Tel/Fax. 210-543-2200 NETHERLANDS Seco Tools Benelux N.V. Tel. 0183-
636600 Fax 0183-660601. NEW ZEALAND Seco Tools New Zealand Ltd. Tel.09-415
8441 Fax 09-415 8442. NORWAY Seco Tools A/S Tel.67927300 Fax 67927302.
PHILIPPINES See Singapore. POLAND Seco Tools (Poland) Sp. z o.0. Tel. (0-22) 637
53 83/85 Fax (0-22) 637 53 84. PORTUGAL Seco Tools Portugal, Lda. Tel. 256 371 650
Fax 256 371 659 ROMANIA Seco Tools Romania S.R.L. Tel.40 268 414 723 Fax 40 268
476 772. RUSSIA Seco AB Moscow Representative Office. Tel. (7-095)-280-13-22
Fax: (7-095)-280-62-41 SINGAPORE Seco Tools (S.E.A.) Pte. Ltd. Tel. (65) 68 41 28 02
Fax (65) 68 41 28 01. SLOVAKIA Seco Tools SK s.r.o. Tel. 421 33 55 13 537, 421 33
53 41 911 Fax 421 33 55 13 538. SLOVENIA Seco Tools Sl d.o.o. Tel. 00386 2 450 23
40 Fax 00386 2 450 23 41. SOUTH AFRICA Seco Tools S.A. (Pty) Ltd. Tel. (011) 36 22
660 Fax 011 362-1893. SOUTH KOREA Seco Tools Korea Ltd. Tel.041 622-9785 to 9
Fax 041 622-9784. SPAIN Seco Tools Espafia S.A. Tel. 934745533 Fax 934745550.
SWEDEN Seco Tools AB Tel. 223 400 00 Fax 223 718 60 Telex 7510. SWITZERLAND
Seco Tools AG Tel. 0041-32 332 78 78 Fax 0041-32 332 78 79. TAIWAN Seco Tools
Taiwan Tel. 02-26578774/7918 Fax 02-26579461. THAILAND Seco Tools Thailand Tel.
632 1308-10 Fax 632 1073. TURKEY Seco Kestak A.S. Tel. (212) 613 40 43/ 613 40 44
Fax (212) 613 40 42. UNITED KINGDOM Seco Tools (U.K.) Ltd. Tel. (01789) 764341 Fax
(01789) 761170. USA Seco Carboloy Inc.Tel. 586-497 5000 Fax 586-4975627/5629.

SECO 2

Seco Tools AB, SE-737 82 Fagersta, Sweden. Tel. +46 223 400 00.
www.secotools.com
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