
AHM75
Face milling cutter for roughing

MP101E

Tangential milling cutter for steels and cast iron. 

Increased roughing performance  
on large workpieces. 
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AHM75

HP1030 (ISO P35 / M30)

HC5020 (ISO K15)

High rigidity design

High depth of cut

Cartridge system

High feed

Arranging the inserts vertically absorbs the principal 
cutting force through the thickness of the insert and 
achieves extremely high rigidity.

The cutter body design is optimized for high depths of 
cut max. 20 mm. This ensures extremely high produc-
tivity when roughing large workpieces.

Secure modular milling system with cartridges for  
protection of the cutter body.

The large chip pocket ensures excellent chip evacu-
ation even at high feed rates.

Tangential milling cutter for steel and cast iron.

Smooth cutting action reduces spindle wear

New PVD and CVD coated milling grades

a Flat top insert for high cutting edge strength
a Ideal for machining of cast iron with scale

a PVD coated grade for steel and stainless steel
a High toughness for reliable milling

a CVD coated grade for cast iron
a High wear resistance for stable milling

Features

Inserts

Grades

CVD
Ti(C,N) + Al2O3

PVD
(Ti,Al)N + Tin

a For smooth cutting
a Improved chip breaking properties
a For tough materials such as alloy steels

R Chip Breaker
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75°

P <180 HB HP1030 150 (70─180) 0.6 (0.4─0.9) HRP / R

180─280 HB HP1030 140 (70─170) 0.5 (0.3─0.8) HRP / R

280─350 HB HP1030 100 (60─140) 0.4 (0.2─0.6) HRP / R

M <180 HB HP1030   100 (40─150) 0.3 (0.2─0.5) HRP

<280 HB HP1030   100 (40─150) 0.3 (0.2─0.4) HRP

<350 HB HP1030   100 (40─150) 0.2 (0.1─0.4) HRP

K <200 MPa HC5020 250 (140─320) 0.6 (0.4─0.9) R / HRK

<350 MPa HC5020 200 (110─280) 0.5 (0.3─0.7) R / HRK

<800 MPa HC5020 170 (100─250) 0.4 (0.2─0.6) R / HRK

D1 D2 L1 D9 D12 W1 L8

AHM75-160C08R a 8 160 179.7 63 40 110 16.4 9 7.6 20 3

-200C10R a 10 200 220 63 60 131.6 25.7 14 11.5 20 4

-250C12R a 12 255 270 63 60 131.6 25.7 14 18.6 20 4

-315C14R a 14 315 335 80 60 226 25.7 14 35.5 20 4

Arbor type 75°

Right hand tool holder only.

* Clamp Torque (N • m) : L-TS5=6 Nm

Fig. 3 Fig. 4

Light Alloy Cast Iron Steel Stainless Steel Hardened Steel

a : Inventory maintained.
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Inserts

Spare Parts

RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed  

(m/min)
Feed per Tooth  

(mm/tooth) Breaker

Mild Steel

Carbon Steel
Alloy Steel

Austenitic Stainless Steel

Duplex Stainless Steel

Hardened Stainless Steel

Gray Cast Iron

Ductile Cast Iron

Malleable Cast Iron
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AHM75
AHM75-160C08R (HP1030) AHM75-160C08R (HC5020) AHM75-250C12R (HC5020)

150 230 140
715 1660 650
0.3 0.45 0.3
120 50 180
10 12 14

Tangential milling cutter for steel and cast iron.

Tool

Workpiece

56NiCrMo7 GG25 GGG40

Component Die Steel (1000n/mm²) Cast iron Cast iron
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s Cutting Speed (m/min)
Table Feed (mm/min)
Feed (mm/tooth)
Depth of cut ae (mm)
Depth of cut ap (mm)

Coolant Dry cutting Dry cutting Dry cutting

Results

Smooth and stable machining is 
achieved on an SK50 machine with 
direct clamping to the spindle with 
an overhang of 115mm.

Increased performance when 
machining cast irons with scale 
is achieved due to the high 
strength cutting edge design.

Highly productive roughing of 
large workpieces is achieved due 
to good chip evacuation proper-
ties.

APPLICATION EXAMPLES
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