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AMS 2020M 3 20 20 45 120 1 29.4 0.32
2025M 8 25 25 55] 130 2 38.9 0.40
2032M 10 32 32 65 140 2 48.5 0.65
2040M 14 40 40 75 150 2 58 0.75
D Available inserts
APMT-MA APMT-ML APMT-MM APMT-MF APMT-MN
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% Please purchase 2 types of APMT-MN (nick type) inserts with different chip breakers. 3 Please use the cutters with even teeth.

) Caution when clamping the inserts

The shape of workpiece

* We suggest using 0.5 & 0.8 radiuses because
the overlap required between the cutting edges
can not be successfully made.

Applications are optimal with the use of an
insert radius under 1.0mm

Large clearance
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* All inserts are applicable regardless of the nose
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