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High cutting performance by S-shaped cutting edge!

High helix edge shape provides a

beautiful cutting surface.

Insert for high-accuracy machining suppresses
chatter even in corners.
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Features Set up R accuracy : £0.01mm
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+ High accuracy is exhibited from the ball tip to the outer circumference.
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Excellent cutting performance and :
Features beautiful cutting surface finish. Features Long life
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+ High helix edge shape suppresses growth of cutting force. - High-performance coated inserts provide long life.

hﬂ ﬁ?‘f - I‘b‘t\ f.: ﬂ’% An effect by high helix edge shape

ﬁ*ﬁ*"b?b‘Dﬁ_ﬂ:ﬂEﬁ Typical conventional problem HﬂIH%OW'E"JEﬁ’Eﬁ*ﬂ Reduce cutting force
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FL1e, The more the cutting HTEX LI This relieves chattering
PIEHEFAET T &ICKkDT. ITRIE force, the more the ZNICKD. MIEQUTDZEM while cutting and .
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[ L4 1:tJ:|fE'E:|kb\‘\u§zn§ lJrCo + Improved cutting surface finish. |
L L : _T-E{:E) U"‘U"‘U I: ( L\ + Less chattering on corner. )
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Lessjpostiprocessjtime:,

IE%@E’EE Improved tool life

PIHHEZIHRI TECET, ERPEBENSKDFYEVIZRSITEN  Less cutting force reduces chipping due to wear
TEELI. ZNICED . TRERBARICHELE UL, and impact, thus tool lfe is improved.
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Shank type ABPFN
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Numeric figure comes in a circle ..
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Type A (Tapered neck)
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Type B (Straight Neck)
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DC LF |DCONMS| LB2 | LH | BD3 | LS En retailprice (¥)
ABPFN06S08-90-30 ([ 6 3 90 8 15 30 | 54 | 60 | 2.12 | A |ZDFGO6N-ST 17,960
@ | ABPFN0O8S10-100-30 o 8 4 100 | 10 15 30 | 75 | 70 | 2.20 | A | ZDFGO8N-ST 18,430
; ABPFN10S10-100-30 @ 10 5 100 | 10 18 30 | 9.0 | 70 — | B | ZDFG10N-ST 19,240
z ABPFN12S12-110-40 @ 12 6 110 | 12 21 40 | 115 | 70 — | B |ZDFG12N-ST 20,070
« | ABPFN16S16-130-50 ® 16 8 130 | 16 27 50 [14.8 | 80 — | B |ZDFG16N-ST 23,350
§ ABPFN20S20-140-60 @ 20 10 | 140 | 20 35 60 18 80 — | B | ZDFG20N-ST 26,870
b ABPFN25S25-150-75 ® | 25 | 125|150 | 25 43 75 24 75 — | B | ZDFG25N-ST 41,060
ABPFN30S32-160-80 ®| 30 | 150 160 | 32 55 80 29 80 | 1.20 | A | ZDFG30N-ST 41,060
ABPFNO6S06W-100-50 o 6 100 6 103 | 50 | 55 | 50 — | B | ZDFGO6N-ST 34,960
% ABPFNO8S08W-140-75 o 8 4 140 8 75 75 | 75 | 65 — | B | ZDFGO8N-ST 45,290
?7 ABPFN10S10W-140-75 @ 10 5 140 | 10 18 75 | 9.0 | 65 — | B |ZDFG10N-ST 49,510
Z ABPFN12S12W-150-75 @ 12 6 150 | 12 21 75 | 115 | 75 — | B | ZDFG12N-ST 59,600
x ABPFN16S16W-160-90 ® | 16 8 160 | 16 27 90 | 148 | 70 — | B | ZDFG16N-ST 75,900
% ABPFN20S20W-180-100 ® | 20 10 180 | 20 35 | 100 | 18 80 — | B | ZDFG20N-ST 94,200
?% ABPFN25S25W-200-100 ®| 25 | 125 | 200 | 25 43 | 100 | 24 | 100 — | B | ZDFG25N-ST 126,690
ABPFN30S32W-250-150 @® | 30 |15.0| 250 | 32 55 | 150 | 29 | 100 | 0.4 | B | ZDFG30N-ST| 202,930
;ﬁn UNnx ﬂ?‘{ Va5 el DOl 1o helix edge shape inserts
I/ Carbon steels M M M e - S
FC - FCD Cast irons General cuting, First recommendation
EREREHA Hardened steels E g O- G_erﬂ%:?gu%yng., Sge?:o_mfgéo‘%nmendation
TEEMTE stocked grade HSERZAR Edge shape B \E
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Figure - Size Item code Toerance | THcoating | PN Coating SIZ Inserts size (MM) o
ATH80D PN15M RE LE INSL | DC T eiericel)
ZDFGO6N-ST [ [ 3 3.3 5 6 4,490
ZDFGO8N-ST 4 4.4 7 8 2.4 5,050
ZDFG10N-ST o [ 5 56 | 85 10 2.6 7,020
% ZDFG12N-ST F ik o o 6 6.6 10 12 3 7,440
ZDFG16N-ST F o o 8 9 12 16 4 7,640
E ZDFG20N-ST o o 10 (115 ] 15 20 5 8,060
ZDFG25N-ST o o 125 | 145 | 185 | 25 6 8,550
ZDFG30N-ST [ o 15 | 185 | 225 | 30 7 11,020
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Re-grinding is applicable with insert @10 or above. Please contact our sales department.
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Items.
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BRERSE Parts 25271 Clamp screw RS+ JX— >/ F Screw driver / Wrench RULEASER5LEA]

Screw anti-seizure agent

R
Shape / S
WINLY | FIGE « —_— FLBI\E ’ FLIGE
Fastening v AN 2
BN S T (G o |srare| ELD ey
Cutter body (N +m) | retail price (¥) retail price (¥) retail price (¥)
ABPFNO6S: 581-140 0.5 1,970 104-T6 A | 1,800
ABPFNO8S: 581-149 0.9 1,490 104-T7 A | 2,060
ABPFN10S: 581-150 1.1 1,490 104-T8 A | 1,800
ABPFN12S: 581-151 2.2 1,490 104-T10 A | 1,920
P-37 1,010
ABPFN16S: 581-152 2.9 1,490 104-T15 A | 2,060
ABPFN20S: 581-144 4.9 1,490 105-T20 B | 2,120
ABPFN25S: 581-146 9.8 1,710
105-T30A B | 2,120
ABPFN30S: 581-147 9.8 1,710

[ER] 65V TRUIERRTY. EARBICIURRERIEELETOTRDOOXBAEBROBLET,

[Note] The clamp screw is a consumable part. Since replacement life depends on the use environment, it is recommended that it be replaced at an early stage.

o 47#— I‘Hyﬁl' H'%:-]"E Set-up procedures of Inserts
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g Clamp screw (high precision screw)
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Clean the insert seat:

Using air-blow or alike, clean the seat.
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Put in the insert with its top positioned to the screw-tightening side of the tool body.

v

ERAVYFICTIS Y TRUZERHDFHITS.
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Tighten the clamp screw with the special wrench.

Please do not press down the insert during this tightening process. Top mark 4

v
n ﬁ&bﬁl:fﬁTo This is the end of insert set-up.

Tool body

HOHFEERAZE 0.0 1 mmZiEE I . EELFIRICIEDTLEE L,

To meet the specification for precision of £0.01mm, please follow this procedure.
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Attention Never tighten the clamp screw without putting the insert. The tool body may be | Do not tighten the screw
deformed, resulting in improper insert mounting or deterioration of mounting without putting insert
accuracy.
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Cutting performance
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Cutting force comparison between conventional edge shape and high helix one.
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—HHIEDDIEDE feed rate fz (mmit)

PIEIESES Cutting conditions

*ﬁﬁu*ﬁ Work material SSOC (220HB)

Y H cutter - TEZ Tool dia. $30

Vc = 200m/min

fz=0.1. 0.15. 0.2mm/t

t1iA # Radial depth of cut aane=15><O.5mm

o
N

SKD11[60HRC] (Z& T3 Ve-T #2E ver chart for Skp11(60HRC)

600

,,,,,,,,,,,,,,,,,,,,

400

YIHIEREE

Cutting speed Vc (m/min)

200

tDHIRIE Cutting conditions

#HEI#E work material - SKD11(60HRC)
fEEATE 100 : ABPFN30S32W-250-150
fERA Y —NB insert : ZDFG30N-ST(ATH80D)
ZZHUE overhang : 150mm

—HHDDIED E Feedrate : fz=0.3mm/t
P)iAFH Radial depth of cut - apxae=0.3xX0.1mm
55 FA#EME Machine - HEBY vertical type (BT50)
MIAAR : 5° tEREESHRMI

Cutting shape : contouring cutting on the sloped face 5°
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tIHIBERE Process time T (min)
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.

A B2EDTEE Atentionson Safety
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1. Attentions regarding handling
(1) When removing the tool from the case (package), be careful not to drop it on your foot or
drop it onto the tips of your bare fingers.
(2) When actually setting the inserts, be careful not to touch the cutting flute directly with
your bare hands.

2. Attentions regarding mounting
(1) When preparing for use, be sure that the inserts are firmly mounted in place and that they
are firmly mounted on the arbor, etc.
(2) If abnormal chattering occurs during use, stop the machine immediately and remove the
cause of the chattering.

3. Attentions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work
material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when
starting new work. The cutting conditions should be adjusted as appropriate when the cutting
depth is large, the rigidity of the machine being used is low, or according to the conditions of
the work material.

(3) The inserts are made of a hard material. During use, they may break and fly off. In addition,
cutting chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage
from such flying pieces, a safety cover should be installed and safety equipment such as
safety glasses should be worn to create a safe environment for work.

« Do not use where there is a risk of fire or explosion.
+ Do not use non-water-soluble cutting oils. Such oils may result in fire.
(4) Do not use the tool for any purpose other than that for which it is intended, and do not modify it.
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@ 03-6890-5101 FAX 03-6890-5134

International Sales Dept.: @& +81-3-6890-5103 FAX +81-3-6890-5128

[ TOOLSEARGH [ & %é,)

EXTES 20368905102 FAX03-6890-6134  BSEZREE 03-6890-5103 FAX03-6890-5128 £

RREFEP B®036890-5110 FAX03-68905133  E#ME%FT & 054-273-0360 FAX054-273-0361
sRibEZPr 0222085100 FAX022-208-5102  £HEEXA B 052-687-9150 FAX052-687-9144
FRESA ®0268-87-1224 FAX0258-87-1168  ABRE=E%FT @& 06-7668-0190 FAX06-7668-0194
REREXRA B®0294-88-9430 FAX0294-889432  ARuEZFT @& 082-536-2001 FAX082-536-2003
REEFEM ®026821-3700 FAX026821-3711  FMEZFT @&092-289-7010 FAX092-289-7012

JtREREZXPT ®0276-59-6001 FAX0276-59-6005
#HE/EER  B®046-400-9429 FAX046-400-9435

3—0v/\/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX

&1 [/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctict, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-
7 XU 71,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 483751320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
A% /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista ~ CEP 01333-010 Sao Paulo - P, Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
5 A/ MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/4-4, Sukhumvit Road, Kiong Tan, Klong Toe, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-661-8176
A~ R/MNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, st Floor, 2 Stage, 5th main, BBMP Werd #11, (New #38), Industial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamatla, India. Tel:+91-80-2204-3600

: +49-(0)2103-248230
3058, FAX:+86-(0)21-3366-3050
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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