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Dimensions (mm) Parts
Inserts Clamp
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Cat. No. Stock| of

Screw
iose| B l@De £ | U [oDe{MD| ¢ | W | T pm 53
o) &S

SWE216HM

MSW-1615-M3 @ | 2 |8 |16 15 |23 15 M8 | 8 | 12 |[syEsrems pew-2s6ad| A-085D
MSW-2018-M10 | @ | 2 [10 |20 185 30 [187/m10| o | 14 [SHERZOHMHNCHMM psw-3o7H| A-10
MSW-2522-M12 | @ | 2 |125|25 [219| 35 23.5M12) 10 | 17 [Ssstiemen psw-a0es| A-15
MSW-3025-M16 | o | 2 |15 |30 !25.9 43 [28.21M16/12.5( 22 |SEZoMRLHMMW pswstH|  A-20
Msw-3225M16 | @ | 2 |16 |32 295 43 |20.9M16{12.5| 22 |SHESEHM NS Tswst | A-20

Note) 1. Pleage refer page B105-B106 for recommended cutting conditions
2. All cutters are supplied without inserts.
3. Piease refer page BOOS for recommended tightening torgue.

44 Inserls series expansion.
@ Insert for welded & hardened steel (-W type
‘ 1. Improved inser strength
2. Suitable tor welded & hardened steel (over SOHRC).

finishing
of using -H type blade please confirm the grade of beth inserts.
1 should be the same grade.
2. Able to use for semi-finishing by Improving nose radius accuracy.
Do net recommend to use for roaghing.

@ Insert comparison
SWE-H type for Regular purposs inserl  SWE-HM-H type Insert for Semi-finishing Radius form accuracy on hody
__I_,.arga gap off ke cenfer

THR-HM ype
Baguler brpd imiar

Small gap off the center
EWE- HM- Heyp
bor Same lanting
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M INSERTS

Fig.1 (main blade) Fig. 2 (Sub blade)

W SWB-Htype
{Main blade for semi-finishing)

1. Added-H type semi-finishing main hiade
for 20, 25 and 30,

2. For use in semi-finishing only
{Not recommend lor roughing. )

Flg.5 (Main blade for semi-finishing)

R
T
. ,,; | ﬁ'@ D
-t—l!-i- !- A |
PVD coated Dimensions (mm)
Cat, No. | Fig.
JC 5118 | JC 8015 | JC 8050 ‘ JC 5040 R A B T
SWB216HM L o 8 15 79 | 3 1
SWB21E6HS @ @ | 8 16.1 66 | 3 2
SWB220HM @ @ 10 158 | 99 | 365 1
SWB220HM-H @ | 10 | 16 99 |365]| 5
SWB220MMW @ 10 158 | 99 365)| 3
~ SWB220HS ° e 10 |20 | 82[365] 2
SWB220MSW L 10 20 82 365 4
SWEB225HM [ | @ 125 | 185 | 124 | 3.8 i
SWB225HM-H O 125 | 189 [ 124 | 3.8 5
~ SWB225MMW ® L 125 | 185 | 124 |38 | 3
_ SwB225HS | e ® |[125)238 105 38 | 2
SWB225MSW L ] | 125 | 238 |105 | 38 4
_ SWB230HM -~ | O 15 | 222|148 535 1
~ SWB230HM-H O .| 15 | 224 148 |535| 5
SWezaommw O 15 22.2 148 | 5356 3
SWB230HS 0 .0 |15 [275 123 |535] 2
SWB230MSW O 15 275 (123 [535] 4
SWB232ZHM-G [ ] | [ 16 26 16 535 1
_ SWB232MMW-G L4 1 16 |26 |16 |535] 3
SWB232HS-G ® | @ 16 317 | 139 [535] 2
SWB23ZMSW-G [ 16 317 |139 | 535 ]| 4

10 inseris per case, but SWB232H5-G and SWB232MSW-G : 5 pieces per case,
Mote) 1. Please refer page B110 for machining form by swing ball,
2. Incase of using main blade -H type for semi-finishing. be sure to use the same grade of sub blads,
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Mo, of inserts Dimensions (mm}
Type Cat. No. Fig.
g CEIFH ég R|pDc & [€2|8s| L |21 |@D1 Bn quDa!Md .
I
SWB-20080S-S20 | @ | 1 1 2 30 |80 | BO|160| - (187 - |20 - | 1
SWB-201208-520| 1| 1/ 1 2| | |30 120 80 200 - 187 - |20 - |1
SWB-201705-520| 01| 1 1 2| | 10 170 80 250 - 87 - 20 - | 1
~ | SWBS2030825 | @ i1 |2 ™ |30 | 80 100 1180 40 187 3°30' 25 | - | 2
2 | SWBM2030S25 |@| 1 1 2 | 30 (100 100 |200| 40 187 2° 25 - | 2
5 | SwWBS2018825 | @ 1| 1 - | | 18 ?u] 90|1m| 30 |13.? 3°30’| 25 - | 3
# | SWBS2535832 (@ |1 1 =2 35 | 80 100 180 50 235 7° 32 - | 2
SWBM2535532 @ | 1| 1 |2 [125 25 |35 100|100 200 50 235 4° @2 - | 2
SWBS2522832 |@ |1 1 - 22 |70 90 160 35 235 6 32 - | 3
SWBS3242832G (@ | 1 1 2 16] o 144 | 60120 [180] - 298| - |32 | -] 1
SWBM3242832-G| @ | 1 1 2 | 44 | 60 160 220 - 299 - |32 - | 1
Note) 1) All cutters are supplied without inserts

2) Please refer page C167-C171 for recommendead cutling
conditions and refer page C170 for machined form.
3) Please reler page C164 for selection of Inserts.
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Straight Shank Type

Fig.2 Fig.3
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Mo, of inserts Dimensions (mm)

é S E !g ﬁg g.g B iobDcl £ | f2 |83 | L | B1 (D1 @n @DJW i
SWBL2030825 |I|1 1 |2 _ 30 100| 150|250 40 (187 2° |25 | - | 2
SWBL2030832 |1 1 2| | |30 |100]150 250 40 187 530 |32 | - | 2.
SWBE2030832 |[|1 1 |2 30 | 110 190|300 40 18.7|4°30° 32 | - | 2
SWBM2018525 | @ |1 1 | - |10 20 18 100 100 200 90 187 2 |25 | - |3
SWBL2018525 gj1)1 |- 18 | 10| 140 [250| 30 [18.7/1°30° | 26 | — 3
swelzotesse |of 1| 1 [-| | [18]no[wo|2s0/ 0 |e7| 4 a2 |- |3

= SWBE2018532 |11 |- _13 120 180 | 300 30_18.?!3"30' az | - 3

§ SWBSS2535525 |@ (1 1 |2 | |35 70| 80j150| - 238 - 25| -2

g’ SWBML2535825 [ |1 1 | 2 a5 | 70|150|220| - [235| - 25 | - 2

% |swelessssaz |01 12| | |85 10| 140 250 50 |235|awa0’ 2 | - | 2
SWBE2535532 ®|1 1 |2 125 25 35 | 120|180 |300 50 235 3° |32 | - 2
SWBM2522832 | f1] 1 |-| | 22 _150T1ml2m_ 35 [238) & (32| - |3
SWBL2522532 ®|1 1 |- 22  110|140| 250 35 (235/2°40°| 32 | - 3
SWBE2522832 |[C1|1| 1 |—| | |22 120 180 300 35 235/2%20'| 32 | - | 3
SWBLIOATSIRG | [ 1] 1 p2 | (. | 40| 60(¥60,260) < j208) < 38 | < ]2
SWBE3242532-G | @ | 1| 1 | 2|~ | ™" 44| e0/240/300 - 299 - a2 |- | 2

Mote) 1) All cutters are supplied without inserts

2) Please refer page C167-C171 for recommended cutting
conditions and refer page C170 for machined form.
3) Please refer page C164 for selection of inserts.
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MT Shank Type /Weldon Shank Type /BT Shank Type
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[No. of inserts)| Dimensions {mm)
bE
Cat. No. 3 Fig.
& giiﬁj;ﬁnwnﬂa e2|es| L |2 |Dion@Ds| Ma | O
SWB-20070-MT3 | I |1 1 2 A 30| 70| 86 156| 40 |18.7 4° MT3 mia7s| 8
SWB-20100-MT3 |11 1 2 | iacr 100| 86 186 40 |18.7 2° MT3 Mmi2:175| 8
SWB-25070-MT3 |11 1 2 : 35| 70| 86 156 — [23.5/ — |[MT3 mzx7s| 8
T i B e Iy - (I | ) NS P e mem Hercicic] TN iy’ B i I
SWB-25100-MT3 |11/ 1 2| 7 |35 100] 86 186 — 235 - [MT3 wizars| 8
& | SWB-32070-MT4-G| (|1 1 2 ala 70(109|179| - |30.4| - MT4| mez | 8
£ |SWB-32100-MT4-G| 01| 1|12 | |~ 44100 109200 - 304 - MT4 we | 8
£ | SWB-40090-MT4 |11 1 2 20| 4o L 50| 90/ 100 109] — 369 — (MT4| Mz | 8
SWB-40090-MT5 |11 1 2| T 50| 90 136 226 66.8/36.9 8 MT5 w025 | 8
SWB-50100-MT5 | (1|1 1 2 60 100|136 236 - |46.8 — MT5 meoes| 8
SWB-50120-MT5 [C1[1 1 2 z‘r‘}| = | 60120 136 256 ~ 468 ~ MT5 weoes| 8
SWB-50150-MT5 |11 1 2 60 |150 136 286 — (46.8 — |MT5 Me0-25| B
SWB50170-MT5 |11 12| | |60/170/136/306| - |46.8) - MT5 meoes| 8
Note) 1) All cutters are supplied without inserts Modular Head Type

2) Please refer page C167-C171 for recommended cutting
conditions and refer page C170 for machined form.
3) Please reler page C164 for selection of insarls.
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Tooling by DR —

M INSERTS
I SWB-N type (For low cutting forces) W SWB-H
(Main blade for semi-finishing)
1. -Ntype insert for low cutling forces,
Suitable for heavy roughing. ; 1. -H type sami-finishing main blade for
2. Reduced cutting forces companed with regular type by 15%, @20, (25, p30
More smooth and calm cutting is possible. 2. For use in semi-finishing only.
{Met recommended for Roughing)
Fig.1 {Main blade for low cutting forces) Fig.2 (Sub blade for low cutting lorces) Fig.3 (Main blade for semi-finishing)

Fig.4 {Main blade) Fig.6 (Sub blada) Fig.7 (Sub blade)
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Fig.8 (Main blade for welded Fig.2 (Sub blade tor welded & Fig. 10 {Peripgheral blade) Fig.11 (Peripheral blade)
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Fig. 12 (Peripheral blade)
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M INSERTS
PVD coated Dimensions (mm)

Cat. No. Type "::: % § g % ol [ e e . | Fig.
SWB220HM — o ® 158 | 99 |365| - 4
_ SWB220HM-H | page L 16 |oo |365| - | 3
~ SWB220MMW L . 10 1158 |99 |365| - 8
SWB220HS Sub L ® 20 |82 |365| - 6
SWB220MSW blade ® 20 82 | 365 - 9
SwB22shm | [ 0 (e | | e 185 |124 |38 | - | 4
SWB22SHMH | gen [ (O | | | 189 124 (38 | - | 3
_ SWB225MMW L | 125185 124 |38 | - [ 8
SWB225HS | sub ® L 238 |105 |38 | - B
SWB225MSW blade ] i2z8 li0os |38 | - ]
_ SWB232HM-G | main L] L 26 |16 535 | - | 4
SWB232MMW-G | bade LIS 16 12616 [535]| - | 8
SWB232HS-G | sub L ® 317 1138 |535| - [ 6
SWB232MSW-G | blade @ 317 |139 |535| - 9
SWB240HMN | Main L2 @ 304 208 685 | - 5
SWB240MMW | biade O [ [ | 5o (304 J208 [685] -~ | 8
_ SWB240HSN | sub ] L 375 (163 | 685 | - 7
SWB240MSW blade 0 375 163 |685 | - 9
SWB250HMN-N |  main o ® 344 Jo57 |7 | - 1
_SWB250MMW |  bade L | o5 {344 267 |7 | - 8
SWB250HSN-N | sw | @ | @ 426 (208 |7 | - [ 2
SWB250MSW blade @ | lape j208 |7 | = 9
SPGADI0304 | | L ] 9525 9525 318 | 04 | 10
SPMAD90304  |Peripheral| @ o | _ | 9525 8525/ 3.18 | 04 | 10
_IM-SP43Gs | Pade e o 1270 1270 | 476 | 0.8 | 11
ZCMT100308R ® ® 104 | 63534 | 08 | 12

10 inserls per case, bul main biade (R20, R2S) and sub biade (R16, R20, R25) are packed in Spos, per case,

Mote) 1. Please refer page C167-C171 for recommendad culting conditions and refer page C170 for
machined farm.
2. In casa of using main blade -H lype for semi-finishing, be sure 1o use the same grade lor sub blade,
3. Incase of using -N type for low cutling force, be sure to use the same notched inserts (-M type) for
main blade and sub blade.
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