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Achieves higher efficiency during long < ERET
gauge length machining. &7 SENBEIL D

* the machining efficiency ' Thick body shrinks
strongly around

Achieves stable machining during the carbide core
long, continuous operation.
% Improved insertion capability
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Can be used with these
manufacturers' cutters
(FMH standard)

¢$50~100 4 y 4 7 o —hy bk
N VEENTICHE

Under-cut design makes
it Ideal for vertical wall
cutting
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CODE Fig.| gz |oD | L | M |[®C | H | W | K od| G g Mamen
BT50—FMH22 —47—215H | 1 | 50/52 |22 215 | 160 | 47 | 18 |10 5 3 |M10| 65 | MI10 X 0.2
—265H 265 210 7.3 0.3
—315H 315 260 8.2 0.6
—60—215H 63/ 66 215 | 160 | 60 8.1 0.3
—265H 265 | 210 9.3 0.6
—315H 315 260 10.7 1.0
—FMH31.75—76—215H 80 3175 | 215 | 160 | 76 | 30 | 127 | 7 | 4 |M16 | 10.6 | MBF-M16 0.6
—265H 265 | 210 12.7 1.0
—315H 315 | 260 15.3 1.5
—365H 365 | 310 17.6 2.3
A100—FMH22 —47—215H 1 50/52 |22 215 160 47 18 |10 5 3 | M10 5.1 M10 % 0.3
—265H 265 | 210 5.9
—315H 315 | 260 6.8 0.6
—60—215H 63 /66 215 160 60 7.2 0.5
—265H 265 210 8.4 0.7
—315H 315 | 260 9.8 1.1
—FMH31.75—76—215H 80 3175 | 215 160 76 30 | 12.7 7 4 | M16 9.7 | MBF-M16 0.7
—265H 265 | 210 11.8 1.2
—315H 315 260 14.0 1.7
—365H 365 | 310 16.3 2.4
—96—250H | 2 100 250 | — 96 13.6 1.3
—300H 300 16.3 2.0
—350H 350 17.4 2.6
WATay «TINRYYREEBT) MOption *Retention knob (BT)
WFEEMAER /-5 hF U (HSK-A) MStd. Access. *Coolant duct(HSK-A) eClamp bolt(unless marked with 3 in the list) *Stopper key
e OSUTRIVS (RPXENLERLS) cEYIEDHF— ENote *The clamp bolt marked with 3 in the list is a hexagonal socket bolt.
WiH=E CKRAXEND L S 7RIV NI RANMERIVNTT, Use a market standard bolt.
HiRGmECFIATS0, *Contact us to find out what manufacturers' cutters can be used with this product.
BNV I—BFFHIDRIBICDNTIE, BBEDLELSZEN, ECaution *The required clamp bolt design depends on the cutter manufacturer and the
WEBEEIE /5 TRILNMINYIDA—HPRRICKVERBERVET, type of cutter.
MEIE A-IRS— Rt> Az b T ¥ Vm";’;k?a"l’:it‘hrg::,se 0SG KYOCERA DIJET INDUSTRIAL  Tungaloy
A—H— y>AnA =EXTUTIN ZZEBHIAV-IL Cutti;‘g e MITSUBISHI MATERIALS  Mitsubishi Hitachi Tool Engineering

B FMH 38 H B LA EE# )5 R | Comparison test with FMH RIGID type
fERRIS YA R E Cutting depth — ap (mm)

Tool
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Rigid type
BT50-FMH22-60-315H
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® 1H| % 220m/min (S1,112min-! .
.éﬁJLE 1 112/mm/r(nin ) Ny 5EGE3 N
' AR 310mm BHE
e Cutting Shouldering HEF VT Effective length
application )
o Material S50C (Raw material) Cutter dia. ©63
o Cutting speed 220 m/min (S1,112 min-1) 4-flutes
eFeedrate 1,112 mm/min Round insert
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