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Powerful to Deep Milling
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Ace Of The Direct Milling
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Suitable For Three-dimensional Rough Milling
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- Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers.
+ Excellent wear resistance, chipping resistance, and heat resistance!
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low-cutting-force coating
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Coating with excellent wear
resistance and

chipping resistance
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+ The new layer with high Al content employs a new composition and optimizes the structure to improve wear BERH caride

resistance and chipping resistance!

- Employs a low-friction-effect coating with excellent welding resistance as the top-most surface layer. This
reduces welding to the work and decreases cutting force!

PVD Technology 2 J/\—2/8 - 16 A 80 I0 T A4 18 JP4120

Grade for machining pre-hardened or hardened materials
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- Employs a fine carbide substrate with an excellent balance between wear resistance and toughness and the new

"AJ Coating" to provide improved wear resistance and chipping resistance.
- Highly versatile with excellent wear resistance and chipping resistance when machining steel materials with
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hardnesses of 30 to 50 HRC. I
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BIHIZSEH cutting conditions

EFMZERELETT . ve=90m/min fz=0.8mm/t apXae=1X44mm
- Exhibits excellent cutting performance when machining pre-hardened or hardened steels with hardnesses of 30 to BT oy ¥E—NT singlefute cutiing
50 HRC.

- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steels or precipitation-hardened stainless
steels, or for finishing.
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Technology

PVD Technology %*7." *4 DD ﬁﬁ M- *E J I\/l 4 -l 6 O

Grade for machining stainless-steel materials
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« Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and
chipping resistance when machining stainless-steel materials.
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when
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machining stainless steel materials. 12
EIHIZERH Cutting length (M)
T —7 Work material : SUS304
BEDE stong fields {EFIT S w0 : ASRS2032R-5
A 2P —b nsert : EPMTO603EN-8LF
. Z?yUXﬂ%*ZMQﬂUIﬁﬂx(LbL\—CE% %iiﬁbgjo tﬂéu&a?nqc;‘rurnﬁ;wd?mst): 5mm/t Xae=0.8X21mm

Ve= I z=0.. apXae=U.,

- Provides long tool life for general processing of stainless-steel materials BIIT wet 35— IHIT. St utocting

PV Teohmology  EVERE M I L AIH 18 JP4105

Grade for machining high-hardness materials
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- Employs an ultra-fine cemented carbide substrate and the new "AJ Coating" to improve wear resistance.
- Excellent wear resistance when machining high hardness materials of 50HRC or higher.
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- Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc. t’;J;,”;#"CU‘:f:;CMEi':YVOf’O3TN -8

ve=80m/min fz=0.2mm/t apXae=0.5X21mm
BRI oy XE—FINIL single-fute cutting
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« JS4045 adopts heat resistant layer, reduces the crater wear by high-speed cutting.
« JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
« Improves tool life on dry cutting.
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- continuous and light interrupted cutting of less than 35HRC dry cutting.
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Wear resistant layer
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Heat resistant substrate

BB carbide

’ SCM440 (32H RC) DN ERERFER wear graph after cutting SCM440 (32HRC) ‘ ’ P20 (32HRC) DYIEIERBRAER wear graph after cutting P20 (32HRC)
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Eo RS # M # | SCMA440(32HRC) &~ Convenfonal ’ P20(32HRC)

> E B3| p==== Conventional 77~~~ ~ """~ - Work Material > g 03[ -~~~ | A S Work Material
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= < Insert Model . = M y Insert Model

h§ 0 Ml 3% & | ve = 180m/min £ ) Ml 3% B | ve = 180m/min

POlaoNl) - —————+———————— Cutting Speed AL 01f--- =~ R i B | Cutting Speed

K 1DE00EE | 2= 1.5mm/t K : 194D0ORE | fz = 1.5mm/t

14 Speed per lute. 10x 42 L] o Speed per flute

0 p apxa@e = 1.0 X 42mm 0 =
0 50 100 150 i aeatn | " 100 200 300 gﬂﬂz;ﬁ&pmb apxae = 0.5 X 13mm
YIHIBEBE (m)  Cutting length £) 458 & | Dry (AIDINT  B—340E YIHIBERE (m)  Cutting length e Dry(Air)?Jl]I o
Coolant Dry cutting Single-flute cutting Coolant Dry cutting Single-flute cutting
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Numeric figure in a circle :: and alphabetical character comes in a square .

DCONMS

LS

Fig.2
AiRa—R v | H N & sizemm) FAR | ERAY—h | R2AGEERE D)
Item code Stock| flutes | DCX | DC LF [DCONMS| r LH LS D3 |Shape Inserts Suggested retail price (¥)
RDHWO0802MOTN
% ARS0020R ®| 2 |20 12 130,20 | 4 | 50| 80| 18 RDMT0802MOTN 31,450
RDMTO0802MOEN
% ARS3025R ® | 2 |25|15 |140| 25| 5 | 60| 80| 21 |Fig. RDHW10T3MOTN 33,090
% ARS3030R ®| 3 |3 20150/ 32| 5 | 70| 80| 26 Egmng;gmgm 38,250
:l‘{_“ % ARS3032R @ | 3 |32)22 15032 | 5 | 70| 80| 28 38,250
% % ARS4040R ® | 3 |40 28 (15032 | 6 | 50|100| 35 RDHW1204MOTN 50,800
| |*ARS4050R ® | 3 |50 38150/ 32| 6 | 50|100| 45 RDMT1204MOTN 52,670
= RDMT1204MOEN [————
S | ARS4050R42 ®| 4 |50 38 15042 | 6 | 50|100| 45 55,490
§ ARS5040R ® | 2 |40 24 (15032 | 8 | 50|100| 35 Flg.2 47,980
ARS5050R ®| 3 |50 34 150 32 | 8 | 50|100| 44 % RoHW1604MOTN 52,670
=z RDMX1604MOTN ————————
~ ARS5050R42 @® | 3 | 50|34 15042 | 8 | 50|100| 44 Egmﬂggmgw‘ 52,670
1 ARS5063R @ | 3 |63|47(150/32| 8 | 50(100| 58 RDMT1604MOEN 61,940
:'; ARS5063R42 ® | 3 |63 |47 (15042 | 8 | 50|100| 58 61,940
F RDHWO0802MOTN
é % ARLO020R ® | 2 (20|12 |180| 20 | 4 |100| 80| 18 RDMT0802MOTN 34,610
% RDMTO0802MOEN
’7f % ARL3025R ®| 2 |26 |15 |200 25| 5 |120| 80| 21 Fig.1| ROHW10T3MOTN 36,370
% ARL3030R ®| 3 |3 20 20032 5 |120| 80| 26 RDMT10T3MOTN 42,120
291 RDMT10T3MOEN [—— - —
2 é % ARL3032R ® | 3 |3 22 20032 5 |120| 80| 28 42,120
8 | » [*ARL4032R ® | 2 |32 20 250 32| 6 |150|100| 28 47,280
] S I3 RDHW1204MOTN ————————
£ | 3 [*%ARL4040R ® | 3 |40 28 (25032 | 6 | 50|200| 35 RDMT1204MOTN 55,610
2 5 RDMT1204MOEN [ _~ men
& % ARL4050R42 ® | 4 |50 38 25042 | 6 | 50|200| 45 60,770
i RDHW1604MOTN
ARL5040R ® | 2 |40 | 24 |[250| 32 | 8 | 50|200| 35 |Fig.2 ROMX1604MOTN 52,790
ARL5050R42 ® | 3 |50 34 250 42 | 8 | 50|200| 44 RDMX1604MOEN 57,950
ROMT1604MOTN ——
ARL5063R42 ® | 3 |63 |47 (250 42 | 8 | 50|200| 58 RDMT1604MOEN 68,170
RDHWO0802MOTN
I |’%AREO0020R @ | 2 |20 12 250 20 | 4 |130 (120 18 RDMT0802MOTN 36,250
= RDMTO0802MOEN
'5\ % ARE3025R ®| 2 |25 |15 |300| 25| 5 |180|120| 21 Fig1| ROHW10T3MOTN 38,250
O (% ARE3030R ® | 2 |3 2030032 5 |180|120| 26 RDMT10T3MOTN 44,120
P RDMT10T3MOEN [—
2 | ARE3032R ® | 3 |3 22 3032 5 |180|120| 28 44,120
(=)
S |*ARE4032R ® | 2 |32 2030032 6 |180|120| 28 RDHW1204MOTN 47,280
£ |XARE4040R ® | 2 |40 28 (300 32 | 6 | 50|250| 35 Fig2 ggm;}%gjmgg“ 52,920
' |’x ARE4050R42 ® | 2 |50 38 300 42| 6 | 50|250| 45 & 55,490
¥I7 —TUSE, ¥ :With air-hole.
HmEs I
= 935 7TRU =- =~ 935 7TRU ¢ S0 ~
Bhm S ISVTEEYN | USUTH = JACS RSAIN—=LVF
nglr:TS i Cimp piece set Clajmp piece (&5 T89) Spring Screw driver/Wrench

Clamp screw for Inserts Clamp screw for clamp piece

AR e [

mni] I FERINGTE HLI\TE BT HEI\E HBEINGE LI\

: . S|z L2 T (5 ) % ) ) B A )

BERAYS Feggsglgg Suggested Suggested Suggested Suggested Suggested / Tk | Suagested

Cutter body (N-m) prisad¥%) e prisad¥%) Preaty) pricadle) | ¢ A B Sh/ape pricady)

ARS/L/E0020R 261-140| 1.1 | 870 |CM3.5-141|2,030 104-T8 | A {1,800

ARS/L/E3025R~ARS/L/E3032R | 501-161| 2.9 | 870 |CM3.5-141|2,030 104-T15| A {2,060

ARS/L/E4032R~ARS/L/E4050R (42)| 262-142| 2.9 | 870 |CM4-141 2,030 — — — — — — [104-T15| A |2,060

ARS/L5040R~ARS/L5063R (42)| 223-141| 4.9 | 870 — — |215-192|1,360 |200-150| 540 |715-201| 120 [105-T20| B (2,120
[FR] 5V TRUIBERERTY, ERRRICKADTRERRIZLLITOTEDDORIBEEZSBVBUET,

[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.

OF | IZEEBERTY. @ : Stocked Items.
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CHIEFHADZET . Numeric figure in a circle
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Item code Stock | g tes | DCX LF |DCONMS|THSZMS|DHUB| L7 | L2 |DRVS Inserts Suggested et price (¥)

%1 ARM0512R-2 ® 2|12 25|20 | 65| M6 | 9.8/ 55 |145| 7 29,330
RDMWO501MOEN ————

%1 ARMO0512R-3 ® 3(12 25|20 | 65| M6 | 9.8/ 55 |145| 7 33,090

ARMO0716R-2 ® 2|16 | 35|25 | 85| M8 |12.8| 5.5 |17 10 | RDMWO0702MOEN | 29,330

ARMO020R-2 ® | 2|20 | 4 30 [10.5|M10(17.8]| 5.5 |19 15 | RDHW0802MOTN | 31,450
RDMT0802MOTN ——————

% ARMO0022R-2 ® 2|22 4 30 [10.5|M10|17.8| 55 |19 15 | RDMT0802MOEN | 31,450

ARM3025R-2 ® 2|25 |5 35 125 M12|20.8| 5.5 |22 17 33,090

% ARM3028R-2 ® 2|28 |5 35 125 M12|23 | 55 |22 17 33,090

ARM3030R-3 ® 3|30 |5 40 |17 |M16|28.8/ 6 |23 | 22 |RDHW10T3MOTN | 38,250
ROMT10T3MOTN ———

ARM3032R-2 ® 2|32 |5 40 |17 |M16|28.8| 6 (23 | 22 |RDMT10T3MOEN | 35,670

ARM3032R-3 ® 3|32 |5 40 (17 |M16|28.8/ 6 |23 | 22 38,250

% ARM3040R-4 ® 4| 40 5 40 |17 |M16|28.8| 6 |23 | 22 51,620

OXEBE v I YN TRATAETFENGDOIRE Ao @31 TERZ(DCX) Ko 1 2DBEIF T 7 —T TV TBOEE Ao

@FEVAS—IIWRUERYv I A7 —/\OITERKHI[EI25—RUBICTU—RIEEDBBRIFEMUENTLIEE L,

(DWhen % and carbide shank are used together as a set, there is no interference. (2)3%1 with tool dia. (DCX) of ¢12 do not have air holes.

(3)Do not apply lubricants such as grease, etc. to the “contact faces” and “modular screws” of the “modular mill’, “dedicated shanks” and “dedicated arbor”.

CHIEFHADET . Numeric figure in a circle

BB 952TRU IS5VTEEY RSA/(— RUBEERALER]
Parts Clamp screw Clamp piece set Screw Driver Screw anti-seizure agent
2N &
Shape § LY | BEAE RN FRI\E FLI\GE

BNV Fraes | D e D mae
Cutter bOdy (N'm) prirceeta(&) prirge‘a(lgé) prirceeta(&) prircee(a(lgé)

ARMO0512R-{_ 240-140 0.4 870 - 104-T6 1,800

ARMO0716R-2 250-141 1.1 870 — — 104-T8 1,800

ARMO020R-2 _ _ 104-T8 1,800

ARMO022R-2 261-140 1.1 870 | CM3.5-141 2,030 104-T15 2,060

ARM3025R-2 P-37 1,010

ARM3028R-2

ARM3030R-3 501-161 29 870 | CM3.5-141 |2,030 104-T15 2,060

ARM3032R-< :

ARM3040R-4

[ER] 5V TRUIKEFRRTY, BARBICADRBERIFELLEITOTEHDIZIBREZSHENBLET,

[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.

OF | IZEEERTY. @ : Stocked Items.
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Line Up

(V-2 .. ARB

R CHIBFDADZFE T Numeric figure in a circle

DHUB DHUB
DCONMS DCONMS
o |
7z alle = il m8 M10
% w . g | 4‘£
0CC8 - pYeter) - o -] o
‘\ DC | r ‘\ DC 8 25
DCX ‘ DCX L 10 25
Fig.3 Fig.4 Fig.5 Fig.6
14 as E‘O 5 10 30 14 36
Fig.7 Fig.8 100-211 Fig.9 Fig.10 600-211
R i Z%?gzt X & Sizemm ok | smmrm—t E’fﬁ%%‘?)
Item code Stock| flutes| DCX | DC [DHUB| r | LF |DCONMS|DCCB (KWW | b | CBDP |7—/{#AU/Shape Inserts SERtE,
ARB4040R-3 |® | 3| 40| 28| 32/ 65016 |13.5| 84| 56| 19 |trus 57,250
ARB4050R-3 | ® | 3 | 50| 38| 48| 6|50(22.225(17 | 84| 5 | 19 |"toe 58,070
ARB4050R-5 |® | 5| 50| 38| 48| 6|50(22.225(17 | 84| 5 | 19 |"toe 85,630
ARB4050R-3M | ® | 3 | 50| 38| 48| 6|50(22 |17 [10.4| 63 20 |"toe 58,070
ARB4050R-5M | ® | 5 | 50| 38| 48| 6|50(22 |17 [10.4| 63 20 |"toe 85,630
ARB4063R-4 | ® | 4 | 63| 51| 61|6|50(22.225(17 | 84| 5 | 19 |"toe Fig.3| RoHWtz0amoTH 74,960
—2|ARB4063R-6 |® | 6 | 63| 51| 61|6 |50(22.225/17 | 84| 5 | 19 |"tea’| ~ |ROMT1204MOTN | 103,230
RS M10X35 RDMT1204MOEN [ — —
5\3|ARBA063R-4M | @ | 4 | 63| 51  61)6 /5022 |17 |104 63| 20 |'Gie 74,960
i 55| ARB4063R-6M | ® | 6 | 63) 51| 61)6 5022 [17 |104| 63| 20 |'tioey 102,770
% gj ARB4080R-4 | ® | 4 | 80| 68| 76| 6 |70|31.75 |26 [12.7| 8 | 32 |"inwy 80,010
; S|ARB408OR-6 |® | 6 | 80| 68| 76| 6 70(31.75 (26 |12.7| 8 | 32 ey 107,810
2 ARB4100R-5 |® | 5100 88| 96| 6 |70(31.75 |26 |12.7| 8 | 32 |Nimay 99,360
2 ARB4125R-6 | ® | 6 [125/113/102| 6 |70(38.1 |55 (159 |10 | 38 |icro |Fig.4 120,820
@ ARB5063R-3 | ® | 3 | 63| 47| 61|8 (50(22.225(17 | 84| 5 | 19 [Nimey 61,130
ARB5080R-4 |@® | 4 | 80| 64| 76| 8 |70(31.75 |26 |12.7| 8 | 32 |Nioay |Fig.3 ROHWISOSMOTN | 80,010
ARB5100R-5 | ® | 5 (100| 84| 96| 8 |70(31.75 (26 [12.7| 8 | 32 |"ioey ROMT1605MOEN | 99,360
ARB5125R-6 | ® | 6 [125/109/102| 8 [70(38.1 |55 (159 |10 | 38 |iero |Fig.4 120,820
M10
%g AR5047R ® | 3| 63| 47| 47| 8 [47[22.225/16.5| 84| 5 | 19 59 | cic 3| rorwreoamoTy 55,850
#=| AR5080R ®| 4| 96| 80| 65 8 |63[31.75 (43 [127| 8 | 32 | e ROMX1G04MOTN | 86,460
55| AR5100R ®| 5(116(100| 85/ 8 63(38.1 (53 [159|10 | 38 |(riceoy| . . |ROMTI604MOTN | 114,840
a1r mzo | Fi8.4|ROMT1604MOEN [ 2 1an
7 |AR5125R ®| 61411125 85/ 8 [63(38.1 |60 (15.9|10 | 38 |rirny 145,460

CERI DY SBS D7 —) \ARUIE v I RFICIIIBLTHEDE B A, HISAELT.ARS047RIF7—/NARL(100-21 1) HHIEELET .

[Note] Arbor screws for cutter as lours are not equipped with cutter bodies. AR5047R exceptionally has arbor screws (100-211).

SnEs
obon E Parts CHIBFDADZFE T Numeric figure in a circle

W 725708 |osuTmess| ssvum | 922780 | LYF | RUBEHEBLE

Parts Clamp screw for inserts Clamp piece set | Clamp piece Spring Wrench Screw anti-seizure agent

AR q
Shape i |m2ieE FHELI\TE = % THE/|\TE HLE/\TE e\ HE/\TE E/\TE
S LY | fiig (F) s (F3) s (F3) & () s () s () fiiks (F9)
]@m jj \yg Fastening | Suggested Suggested Suggested Suggested Suggested Suggested Suggested

Clamp screw for clamp piece

Cutter body R | oriale) prieaty) i prcate) pricat) pricert ) pricai)
ARB4: 3 3R-T3(M) | 262-142 | 2.9 | 870 |CM4-141(|2,030 — - | — - | — — |105-T15(2,120
ARBS5:. R-: 263-141| 4.9 | 870 |CM5-147/2,030| — — — — —_ — 1105-T20/2,120| P-37 [1,010
AR5 IR 223-141 149 | 870 | — | — |215-192|1,360|200-150| 540 |715-201| 120 |105-T20|2,120

[FR] 5V TRUIERRTY,. HARRICKDRREGRELLETTOTREHDORRZSENRLET,

[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.

OF [ IZEEBERTY. @ : Stocked Iltems.
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Inserts CHIEFDADZE T o Numeric figure in a circle
3.97
159, 238, 238, 2o
_= - I o [
Fig.11 @ﬂ {bgs Fig.‘lz@i T Fig.13E le Fig.14 i}l 5
aze,_ L o \.
et O .00 8 ©
Fig.1 5" Fig.16 \C 15 Fig1?7 Nl 5 Ju—pkl TL—hits
Breakerless With breaker
ﬁlﬁ Carbon steels [~ | H N [ I
M SUS% SUS, etc. - General cutting, First recommended
FC-FCD castirons [ | M 3-3&’*&735@]’”"%2?&&
EEEE*Z Hardened steels - - General cutting, Second recommended
EN EN EN EN EN
; : R : ; N
|?|; 2 II?\: 2 ng IE o |E 2| K Suﬁggesltje\dj ;ﬂgﬁﬁ'igeﬁ(‘ 24)
- 3 S ns I g ]
EEa—R s E 22 By |mz| 08 |BS|  |mw| @mhvs
Item code Tolerance Shape Cutter bod AdJS | CY100H
class wlo|2lwelal2|5 = P y TH 1 CY25 | \viido
S8 =13 8|a|o|w|v|lo|l A=7477)cy250
SIS ISIEIS|SIS|IE|T S @
T 5128 |8|a|6|lo|bla]l=
N ¥ _
RDMWOS501MOEN | M 7L-74L| o ° ° ° Fig11| ARMO212R2| 870| 800| —
MR TU—n50 | @ : _
RDMWO0702MOEN | Mk 7L—08L | o ° ° ° Fig.12| ARMO716R-2| 940| 850
HiR 7L—hiL ARS0020R —
RDHWO802MOTN | 2 ¥ 2" o o o ﬁg%ggggs 1,560 (1,410
Fig.13 —
RDMTO0802MOTN Mﬁhjbr':;ejrjﬁ% [ BN BN BN NN ) ® O ARMO020R-2 940| 850
RDMTO0802MOEN ( ARMO022R-2| — | — 660
RDHW10T3MOTN | 7L—n%L ° ° 1,640 1,500 —
Fig.14| ARE30{::R
RDMT10T3MOTN Mi TU—hit= [ BN BN NN NN ) ® o o ARM3925R'2 1,030| 940| —
RDMT10T3MOEN | """ Preaker ° ° ARM3040R-4 | — | 940| 730
RDHW1204MOTN |H& 7L—5%L ° ° 1,690 (1,530 —
Fig.15
RDMT1204MOTN |5 75| @ |® (@ (@ | ® ° ¢ 1,320 1,200] —
RDMT1204MOEN | """ - = | =
RDHW1604MOTN | & 7L—h%L [ ° 2,520(2,300 —
Fig.16
RDMT1604MOTN M8 FL—hitE [ BN BN BN NN J o 1,940 (1,760 | —
RDMT1604MOEN | """ [ [ — 11,760 | 1,360
RDHW1605MOTN | 7L—h%L ° ° 2,720 2,480 | —
Fig.17 —
RDMT1605MOTN | g 5, —pprx | @ LK o 8 2,090 1,910
RDMT1605MOEN M with breaker - - -

% RDMWOS501MOEN; JP4105. RDMWO702MOEN ; JP4 1050 —H#EsZ i HI1&E. P 8], K:FC-FCDICKEDZFT,
Secondary recommended work material for RDMW0501MOEN: JP4105 and RDMW0702MOEN: JP4105 are P (steel) and K (FC, FCD).

(FE] JSO—T v VI FBERY v FEVY—ICRBULFBADTTERLLEEL,

[Note] Please note that the JS Coating does not cause a reaction in conductive touch sensors.

OF | IZEEERTY. @ : Stocked Items.

SBEN : BTLERTYT . No Mark:Manufactured upon request only.



Eyla_sll’gm =J-‘7-Ja The Shanks for Modular Mill

1 EBIE/v>/2  carbide Shank 1S90  steelshank
LF LF
LB1 LS
® = o LB1 LS
% al = % %) ()
R o ) e e o) 2 _ =
3 g ST -al—————— |2
\THSZWS 8 = 8
CHA4 7 Ctype THSZWS
B&4 7 Btype
LF LF
LB1 LS
2 2 LB1 LS
P ={f == z T b
OE, == ==-=-=-:-'_-=-em ________ 5 g — g
0 o —Na__ =Ll
a THSZWS §t” . %F”iq}%’j:j”’j”j”i: ‘ §
E¥4 7 Etype e THSZWS e
— R EETT CH147 (BF—J\) C type (Tapered neck)
+ 3 . &l 5 77| BT
EmEI—R HE ~ & Sizemm) ,]: jlj@ijm; ﬁﬂ ﬁﬁeﬂ}
Item code  |Socklocouys|THsaNs | LF {LB1| LS (BD1 [0ONS| D7 | et VYnh“« ol e LF
ASCI26574242 | @ 74| 24] 50 36,020 Lel ‘ Lo
ASC12-65-94-442 | @ 94| 44| 50 37430 )
6.5/ M6 1|12 15|c|e2 |- E: i 2
ASC12-65-129-642 | @ 129| 64| 65 30,540 5?; gl z
ASC12-65-129-247 | @ 129| 24105 39,540 8 [\ “ 8
ASC16-85-95-302 | @ 95| 30| 65 48,100 THSZWS
ASC16-8.5-120-52 | @ 120| 55| 65 52,560 D¥4 7 Dtype
ASC16-8.5-140-752 (@] 8. 140| 75| 65(14.5| 16 |15.5 55,960 N 2] gy e
85 M8 ¢ me © - ﬁmj_h‘ EE TJ }Z‘E Size (mm) ,_g @ﬁﬁ Dﬁﬂ“ Eg’g%;
ASC16'8.5'160'952 . 160 95 65 58,900 It;; el Stock ™ 7]"/9 W\;‘?‘\\/ Suggested
ASCIG85-160-302 | @ 160] 301130 53900 WONS{THSNS| L (LB | LS | BD1{0UNS| D1 [, ottty | it | e
2 ASC20-10.5-120-502 | @ 120! 50| 70 56780  AS12-6.5-84-4 ®| 65 M6| 84 48011 [12|— |B|d12| — [24290
10.5/M10 5| 20 |19. 0 -8.9-95- 85/ M8 | 95/ 15| 80 (145| 16 [155[C| ¢16 | O | 28,160
%2 ASC20-10.5-220-120Z | @ 220120 [100 185/ 20 1195 022 69,920
2 ASC20-105-270-1502| @ 270|150 [120 83690  AS20-10.5-100-20 | ® [10.5/M10|100| 20 | 80 [18 |20 | — [0 ggg O [31.680
2 ASC20-105-220-50Z | @ 105M10 1220 5 1170 | 185 20 195! $20 o 69,920 -
X2 ASC20-10.5-270502 | @ | 270 220 ’ $22 88,690  AS25-12.5-115-35 | @ [12.5\M12|115| 35 | 80 |23 | 25| — |D g28 O | 35,440
w2 ASC25-12.5-14565 (@ 145| 65| 80 64,990
stz ASC25-125-215-115 | @ 12512 215115 100| | e[ 95| - [7810 24211030 | @ ¢gg a0
sc2 ASC25-125265-145 | @ |'“°|M" 265145120 i | gy ASITIIOS0 1 @17 (G101 30180128 32 = D) ¢8| )&
%2 ASC25-12.5-315-195 | @ 315/195 [120 114,370
2 ASC25-12.5-265-65 | @ 265 200 $25 88690 [EEIMROI-UVSFruHIlTERTEET, [Note] Commercial milling chucks can be used.
125/M12[ 1 65——23 |25 | — |E Ofr——
%2 ASC25-12.5-31565 |@ 315 250 28 114,370
ASC32-17-160-80 | @ 160| 80| 80 98,540
ASC32-17-210-110 | @ 210/110 [100 430 %m0 I gﬁyvyg Steel Shank
ASC32-17-260-140 | @ |17 |M16(260 (140|120 (28 |32 | — |E[932 [ O |118480
ASC3-17-:310190 | @ 310190 120 @01 1160710 — T
ASC32-17-360-240 | @ 360|240 120 202,930
ASC32-17-260-80 | @ 1260|  [180] ) 118,480 2
ASC32-17-310-80 | @17 |M16/310| 80230 |28 |32 | — |E 0% O (160,710 §E
ASCRAT36080 | @ 30| |280 R I PTS 5
— THSZWS
[(E&E] f]);;zt% (P5) ’&t‘yhfﬁ*gﬂ:’ff?:;ﬁb‘ﬁ'dgglu%i?
OMROZI-VYTF pos DRIV A—(CTRATEXT, HEBRULEE. 1—PRICTENTIETT,
®<p40>Tiki REHULRE200mmLA FEZBRICTEATEL. For neck section or total length, ad?:litional machining to user specifications is possible.
[Note] @When%z ands«1 (P5) are used together as a set, there is no interference. N - - AT
(@Commercial milling chucks or shrink-fit holders can be used. BRI [2E & Sizemm) BA ﬁﬂ/\ @)
@For the @40 size, it is recommended that the protrusion length be 200mm or less. b HVF | i | suggestea

ftem code SIock |ocows THSZWS| LF | LB | LS | BT [DCONNS| oy | i | el prcs

air hole

#30
ASH2-17-36090| @ | 17 |M16| 360 | 90 | 270 | 28 | 42 |32 | O (80,940
40

[FE]HBROI-UVSFruHIcTERTEET.  [Note] Commercial milling chucks can be used.

O IZEEERBTY. @: Stocked items.
T



=y

=V AN

Modular Mill Arbor

I HSK LB2 26 32 I BTBO
‘ 22 484
.@.‘ THSZWS | _@‘ THSZWS :
—
J sk JE= g 1L = N ——
e : Epa=girtre ] e
2 \ = For neck section, additional
S BHTA2 NHSK-A63 g gtz 1 Ll | “eTao machining to user
2 § - specifications is possible.
ERO—R |mE o & Sizemm el b ERI—R |5 o & Sizemm) 2l
Item code  (Sck| DCONWS| THSZWS| BD1 | DS | LB2 | LB1 |[BHTA2|"iee| o, Item code [Stock| DCONWS|THSZWS| BD1 | ¢ DS | LB2 | LB1 |BHTA2 |"tiies
HSK-AG3-10.5-30-18 | @ 208 30| — |3 94560  BT30-6.5-30-9.7 30 5 [17°
HSK-AB-105-1018 | @] 4 5| m10| 18 122 70| 10 | 3° 97130  BT30-6.5-55-9.7 65 M6 | 97| 25 | 55 | 10 | 9.6°| -
HSK-AG3-10.5-70-188 ’ 48 70| 10 12° - BT30-6.5-80-9.7 80 | 10 | 6.2°
HSK-A63-10.5-120-18 | @ 30.2[120| 10 | 3° 101,350  BT30-8.5-25-15 25 5 [20.6°
HSK-AG3-125-35-21 | @ 243| 35| — | 3 95,490  BT30-8.5-50-15 85| M8 |15 30 | 50 | 10 [10.6°| O
HSK-AG-12565-21 |@| 45 5112 | 29 |27-5] 65| 10 | & O] 96660  BT30-8.5-75-15 75 | 10 | 6.6°
HSK-AG3-12.5-65-215 : 48 65| 10 [12° - BT30-10.5-20-18 20 5 |29.5°
HSK-AG3-125-115-21 | @ 32.7/115| 10 | 3° 101,710 BT30-10.5-45-18 10.5| M10 | 18 35 | 45 | 10 [13.7°| O
HSK-AG3-17-40-28 | @ 31.8] 40| — | 3 95490  BT30-10.5-70-18 70 | 10 | 8.1°
HSK-AG3-17-60-28 | @ 17 |m16| 28 1339 60| 10 | & 96,660  BT30-12.5-15-21 15 5 [32.3°
HSK-AG3-17-60-285 48 60| 10 | 9.5° - BT30-12.5-40-21 125 M12 | 21 40 40 | 10 |17.6° o
HSK-AG3-17-110-28 | @ 39.2/110| 10 | 3° 101,120  BT30-12.5-65-21 . 65 | 10 | 9.8°
[ER]O—SYM\A TRIBLTHEYET, [Note] Coolant Pipe is attached. BT30-12.5-85-21 85 10 | 7.2°
BT30-17-10-28 10 5 [31°
= " BT30-17-35-28 17 | M16 | 28 40 35 10 [185°| O
P91 7R7—)\ By BT30-17-60-28 60 10 | 68

I T_I\‘ Arbor

|

DCONWS| —

THSZWS

25

(I7—JUFZE with air hole)

s | =S
16

(7 —7UFE With air hole)

BD1

LB1 38
(I 772 With air hole)

Jﬂu/

M20
7

36
(T 7—5UFZE with air hole)

[ERB]EY215—2)VAEBTI07—/N\THEAORIE. BEDEIRGREBRICINIREE
RELTTEO NITHRRICKVIREIDNES SN BB SR, 1. VIAH RS (ap) &R
BIB 2.—AHYDEY () ZIEB T BTETRE TSV,

[Note] When using the BT30 arbor for modular mills, determine the processing
conditions using the standard cutting conditions table as a general guide.
If vibrations are a concern due to the processing conditions, adjust conditions
by 1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).

1 BT40

BRBFS:100-174 EBEBS:100-213 EREES:600-211
Parls Parts Parts HESRglghe B, 1R TR
EmI—k |# o A Sizetmm) B8 |7-/FU| BNy ﬁ%ﬁ?ﬂﬁgﬁ) : - m""% F;::fcl: section, additional
Item code Stock [DCONWS|THSZWS | LB1 | BD1 |Weight(kgf) | Arbor screw | Cutter body | retaiprice (¥) g \ BHTA2 7__ BT40 machining to user

BT50-22.225- 50-50 | @ 50 4.3 54,200 8 specifications is possible.
BT50-22.225-100-50 | @ 100 5.0 ARBUEIRS 64,290 S —
BIEL2226-16040| @ [22.225 M10 | 150 | 47 | 5.7 [100-174 oo oo | 66,280 (T N N & sizemm) gl
BT50-22.225-200-50 | @ 200 6.4 ~| 77,080 ltem code |Stck| DCONWS |THSZWS| BD1 | ¢DS | LB2 | LB1 |BHTA2|"ft
BT50-22225-25050 | @ 250 7.1 87,750  _BT40-65-30-9.7 30 | 5 [17°
BTS0-22.225- 5063 | @ 50 438 54,200 g;jgggggg; 6.5 M6 | 9.7 | 25 gg ]g gg, -
BTS0-22510043 @ 100 5.9 64290  |erueeerne 130 10 T 3
BT50-22.226-150-63 | @ 22295| M10 150 60 7.0 100474 ARBAGG3R-4| 66,280 BT40-8.5-25-15 25 5 | 20.6°
B50-22.226-200-63| @ |~ 200 8.1 [ | ABioe3R6 | 77,080 BTA40-8.5-50-15 85 M8 |15 | 30 .50 | 10 [10.6°]
BT50-22.226-250-63 | @ 250 9.3 87,750 g;jg—ﬂ.g-zﬁgf’g 1;2 18 ggj
BTS02225.350.43| @ 350 15 110620 -BTHASIZ 25110 3T
BTS0S175- 8090 | @ 80 6.8 56780 “BT40105.45- 105 m10 |18 | 35 [ 45110 (137
BT50-31.75-130-80 | @ 130 8.5 ARBAARA 67,110 BT40-10.5-70- : 70 | 10 8.1°
BT50-31.75-180-80 | @ [31.75 | M16 | 180 | 76 |10.2 |100-213 68,750 BT40-10.5-120-18 120 | 10 | 4.4°
BT50-31.75260-80 | @ 260 12.9 WRBUBRS | g3 870 B A0-125-15-2 151 5 [32%8
BIS031533040 | @ 330 154 100450 SHCBSHZLL | 425 M1z |21 | a0 20110 1760
BT50-31.75- 80-100 | @ 80 8.3 56,780 BT40-12.5-115-21 115 | 10 | 5.2°
BT50-31.75-130-100 130 1.1 ARBAIORS |—— BT40-17-10-2 10 5 145°
BT50-31.75-180-100 | @ [31.75 | M16 | 180 | 96 |13.9 |100-213 74,960 BT40-17-35-2 17 |M16 | 28 48 |35 10 [21.8°|
BT50-31.75-260-100| @ 260 18.4 WRESIORS | 91,860 BTAO-17-60-2 60 | 10 |11.3°

* BT40-17-110-28 110 | 10 5.7°
BT50-31.75-330-100 | @ 330 22.4 110,620
BT50-38.1-180-12 | @ 180 14.8 ARBL125RS 74,960
BT50-38.1-260-125 | @ |381 | M20 | 260 | 98 |19.7 |600-211 ARBEIIRS 91,860
BT50-38.1-330-12% | @ 330 24.0 110,620

[EE] hvaB 07—/ \BRliE,

P=NCRBLTBYEI N Wy A BRI ELTEYEEA.

[Note] Arbor screw is attached on an arbor. Screws for cutters as lours are not

equipped with cutter bodies.

O IZXABEBTY. @: Stocked items.

$EEN : B3F 4 ER T, No mark : Manufactured upon request only.
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Line Up

lJ‘y an IJ 1_7_} Red screw arbor
H I;EEZEIE Ccaution

®C1 ¢C 10 o —EREUHI CERVIRRTENGHET .
G o BRI ETEED [3EIR T EHTER) CHEERBUIE< . B ETHHS
— bELEEN,

o XDEMIF. K Z TEDOHRRGFDFHIZEISEELTTHEALLEE L,
11 e S v 0 EDRBENITEN ATHIERNAELBD IRV VvV IBFT
. oD TLyFVIBRRFICFBTILVY DIRIFDFEELET .

______ ® Some of the indexable end mills cannot be attached to the RED screw arbor.

] —— Please check your indexable end mills for conformance to the dimensions, or
please contact MOLDINO Tool Engineering, Ltd.

® Because cutting resistance is greater than the tool holder connection force

L EY25—3)) RIS s ) e e P, o e scmmondes ol

Dimensions for the Modular Mill mounting holder shank may experience fretting corrosion or fall out of the machine. spindle.

oo I oo It
%u%j_ '\ %—: T_f;f Size(mm) §§ ?ﬂﬁ)ﬁ %‘E&j_ '\ g T_r;ﬁ Size(mm) §§ E(Jﬂ%%
Item code 2 (ke) | Ry Item code % (ke) | Fgdy

2| G |@D|H | Hi|oC| L | M| L1 |oCi|oCaVeiM| 58 £/ G |@D|H | Hi|oC| L | M| L1 |oCi|¢Caei| 59

BT40-RSG8-105-M25 |105] | 80| 1.4/0.6 BT50-RSG10-200-M25 200| 25/175 5.6 0.5
BT40-RSGE-135-M25 1135] 25[110] 1.8]0.7  [BNBT50-RSG10-165-M50 1165]  [115] 4.4]0.8
BT40-RSG8-165-M25 165 140 2108 BT50-RSG10-195-M50 |195| 50(145| 4.710.9
BT40-RSG8-130-M50 1130] | 80| 14115 BT50-RSG10-225-M50 225 175 5.711.0
BT40-RSGE-160-M50 1160] 50[110] 1.8(1.7  [BT50-RSG10-190-M75 [190]  [115] 4516
BT40-RSG8-190-M50 190 140 21118 BT50-RSG10-220-M75 |220| 75|145| 4.8 11.7
BT40-RSG8-155-M75 |155] | 80| 15131 BT50-RSG10-250-M75 250 175 58118
BT40-RSG8-185-M75 M8 |8.5(18/6.5|15|185| 75/110/30 |32 |1.9 /3.4 BT50-RSG10-215-M100 M10110.5122 6.5 19 1215|  |115] 36 | 38 45127
BT40-RSG8-215-M75 215 140 22135 BT50-RSG10-245-M100 " ’ ’ 1245/100|145| 48129
BT40-RSG8-170-M30 1170 | 80| 15145 BT50-RSG10-275-M100 275 175 58129
BT40-RSG8-200-M90 [200] 90[110] 1.9(4.8 [NBT50-RSG10-235-M120 235] [115] 46]3.9
BT40-RSG8-230-M30 230 140 22149 BT50-RSG10-265-M120 1265|120|145| 4.9 142
BT40-RSG8-185-M105 |185] | 80| 1.6/6.2 BT50-RSG10-295-M120 295 175 59142
BT40-RSGB-215-M105 215]105[110] 2.0]6.7 [BT50-RSG10-255-M140 255 [115] 4.7]55
BT40-RSG8-245-M105 245 140 2.316.8 BT50-RSG10-285-M140 1285|140|145| 5.0/5.8
BT40-RSG10-125-M25 1125/  [100] 1.8/04 BT50-RSG10-315-M140 315 175 6.0/5.8
BT40-RSG10-155-M25 [155| 25[130] 2.2|0.5 [MBT50-RSG12-140-M25 [140] [115] 46]0.2
BT40-RSG10-185-M25 185 160 2.410.7 BT50-RSG12-170-M25 |170| 25|145| 5.0/0.3
BT40-RSG10-150-M50 |150  [100| 1.9]0.8 BT50-RSG12-200-M25 200 175 5804
BT40-RSG10-180-M50 1180 50[130] 2.3|1.0 [MBT50-RSG12-165-M50 1165]  [115] 4705
BT40-RSG10-210-M50 210 160 25112 BT50-RSG12-195-M50 |195| 50|145| 5.110.6
BT40-RSG10-175-M75 175/ [100| 2.0 (1.6 [MBT50-RSG12-225-M50 225 [175 59(0.6
BT40-RSG10-205-M75 M10[10.5/22 6.5 |19 [205| 75|130|36 |38 (2.4 1.8 BT50-RSG12-190-M75 1190]  |115] 49108
BT40-RSG10-235-M75 235 160 2.6 2.0 BT50-RSG12-220-M75 |220| 75|145| 5310
=4 BT40-RSG10-200-M100 1200 |100| 2.0]2.7 BT50-RSG12-250-M75 250 175 6.111.0
[ BT40-RSG10-230-M100 230/100[130] 2.4/3.0 [MBT50-RSG12-215-M100 1215]  [115] 5.0[1.3
BT40-RSG10-260-M100 260 160 2.6 33 BT50-RSG12-245-M100 M1212.5/22| 6 |24 |245/100{145|43 |45 5.4 1.5
BT40-RSG10-220-M120 1220 |100| 2.114.0 BT50-RSG12-275-M100 275 175 6.211.6
BT40-RSG10-250-M120 1250(120130| 25143 BT50-RSG12-240-M125 1240,  [115] 52|21
BT40-RSG10-280-M120 280 160 2.7146 BT50-RSG12-270-M125 1270]125|145| 5623
BT40-RSG12-125-M25 |125] |100| 2.010.3 BT50-RSG12-300-M125 300 175 6.4124
BT40-RSG12-155-M25 [155] 25[130] 2.4]0.4 |+{BT50-RSG12-265-M150 1265]  [115] 5.3]3.0
BT40-RSG12-185-M25 185 160 2.7105 BT50—RSG12—295-M150 1295|150|145| 5.7133
BT40-RSG12-150-M50 1150 |100| 21105 BT50-RSG12-325-M150 325 175 6.534
BT40-RSG12-180-M50 180/ 50[130| 25(0.7 [MBT50-RSG12-290-M175 200/ (115 554.2
BT40-RSG12-210-M50 210 160 2.810.9 BT50-RSG12-320-M175 1320{175|145| 59146
BT40-RSG12-175-MT75 1175 |100| 23109 BT50-RSG12-350-M175 350 175 6.7 4.6
BTAO-RSG12-205-M75 | M12112.5(22| 6 |24 [205| 75[130| 43 | 45 [2.7 1.1 [BNBT50-RSG16-140-M25 [140[ (115 480.2
BT40-RSG12-235-MT75 235 160 3.01.3 BT50-RSG16-170-M25 |170| 25|145| 54102
BT40-RSG12-200-M100 1200 |100| 24114 BT50-RSG16-200-M25 200 175 6.6 0.2
BT40-RSG12-230-M100 1230{100130| 28116 BT50-RSG16-165-M50 1165  |115] 5.010.3
BT40-RSG12-260-M100 260 160 31119 BT50-RSG16-195-M50 |195| 50|145| 5.6 0.4
BT40-RSG12-225-M125 1225 1100| 2.6 2.1 BT50-RSG16-225-M50 225 175 6.8 0.4
BT40-RSG12-255-M125 255]125[130] 3.0]2.4 [MBT50-RSG16-190-M75 1190 [115] 5.3]0.5
BT40-RSG12-285-M125 285 160 3328 BT50-RSG16-220-M75 |220| 75|145| 59106
BT40-RSG16-125-M25 125| 25 2.6 0.2 BT50-RSG16-250-M75 250 175 7.0 0.6
BT40-RSG16-150-M50 150/ 50 2.810.3 BT50-RSG16-215-M100 1215|  |115] 5.510.7
BT40-RSG16-175-MT75 M16| 17 (25| 6 |29 [175| 75/100| 52 | 54 [3.0 |0.5 BT50-RSG16-245-M100 1245|100|145| 6.110.9
BT40-RSG16-200-M100 200(100 3.210.8 BT50-RSG16-275-M100 275 175 7.210.9
BT40-RSG16-225-M125 3¢ 225(125 34112 BT50-RSG16-240-M125 |1240|  |115] 5.7111
BT50-RSG8-120-M25 [120] | 95] 4.0]0.6 [MBT50-RSG16-270-M125 | |M16| 17 |25| 6 |29 [270|125/145| 52 | 54 |6.3[1.3
BT50-RSG8-150-M25 |150| 25|125| 4.310.7 BT50-RSG16-300-M125 300 175 74113
BT50-RSG8-180-M25 180 155 4.810.7 BT50-RSG16-265-M150 1265 |115] 59116
BT50-RSG8-145-M50 145/ | 95| 4.0[1.5 [MBT50-RSG16-295-M150 1295(150(145| 65[1.8
BT50-RSG8-175-M50 |175| 50125| 43117 BT50-RSG16-325-M150 325 175 7.711.8
BT50-RSG8-205-M50 205 155 4.8 11.7 BT50-RSG16-290-M175 1290|  |115] 6.1122
BT50-RSG8-170-M75 170 | 95| 4.1 /3.1 [WBT50-RSG16-320-M175 1320/175(145) 6.72.4
[=) BT50-RSG8-200-M75 M8 |8.5(18|6.5|15|200| 75125/ 30 | 32 4.4 /3.4 BT50-RSG16-350-M175 350 175 79125
4 BT50-RSG8-230-M75 230 155 4934 BT50-RSG16-315-M200 1315|  |115] 6.33.0
Lt BT50-RSG8-185-M90 |185] | 95| 49144 BT50-RSG16-345-M200 1345/200|145| 6.9 3.2
BT50-RSG8-215-M30 1215] 90|125| 44148 BT50-RSG16-375-M200 375 175 8.1133
BT50-RSG8-245-M30 245 155 49148 BT50-RSG16-340-M225 1340| |115] 6.53.9
BT50-RSG8-200-M105 [200] | 95| 4.2]6.2 [MBT50-RSG16-370-M225 370225[145] 7.4 4.1
BT50-RSG8-230-M105 1230{105|125| 4.516.6 BT50-RSG16-400-M225 400 175 8342
BT50-RSG8-260-M105 260 155 5.0/6.6 |PYA63-RSGE-105-M25 |105| | 80| 1.310.6
BTSO-RSGI0-140-M25 | |\ [ oo | o 1140 [115] o T 43704 Fe1A63-RSGE-135-M25 M8 8.5 |18|6.5|15 [135] 25110] 30 | 32 [1.4]0.7
BT50-RSG10-170-M25 - ) ) 170 145 46105 AB3-RSG8-165-M25 165 140 19108

) EEN I XL ESTI, No mark : Manufactured upon request only. #ERIFZ5E % 10 BRZEIZ/RYE T, Delivery time is about ten days after an order received.



E T_ﬁﬁ Size(mm) ] ﬂU‘T’HE E T_ﬁﬁ Size(mm) 2 m“‘mﬁ
mE—r R @) e )|
] valie lem code ] value
£/ G |@D|H | Hi|oC| L | M| L1 |oCi|¢Ca|"ei| 58 £/ G |@D|H | Hi|oC| L | M| L1 |@Ci|¢Caeilt| 59
AG3-RSG8-130-M50 130] | 80 1315 [QAT00-RSGE-230-M105 230], .|125 31067
AG3-RSG8-160-M50 160| 50[110] 1.4[1.7 WWAI00-RSGE-260-Mi05 | | M |85 1816515 156511051955 30 | 32 136 66
AG3-RSG8-190-M50 190|  |140 19117 INA100-RS610-140-M25 (140 [115] 31004
AG3-RSG8-155-M75 155 | 80| 14134 I A00-RSG10-170-M25 [170] 25[145| 3505
AG3-RSG8-185-M75 185 75[110] 1513.4 [ A00-RSG10-200-M25 200, |175 44105
AG3-RSG8-215-M75 215|  |140 2034 [ A100-RSG10-165-M50 165 [115 32/08
AG3-RSG8-170-M90 M818.511816:5 15 [r901 | 80| 30 | 32 [2.0[4.4 [ A100-RSG10-195-M50 195| 50[145| 36/1.0
AG3-RSG8-200-M90 200/ 90[110| 1514.8 [ AT00-RS610-225-M50 225|  |175 45010
AG3-RSG8-230-M90 230]  |140 20149 [AI00-RSG10-190-M75 190 (115, 33[16
AG3-RSG8-185-M105 185/ | 80| 1562 [ A00-RSG10-220-M75 220| 75[145| 37[18
AG3-RSG8-215-M105 215/105[110] 16166 [WNA0O-RSG10-250M75 | |, 250 |175 46018
AG3-RSG8-245-M105 245|140 2.1 6.7 [MAt00RsGI0-215-Mi00 | |“10105|22]6.5 19 oqs 19795 36 | 38 [33727
AG3-RSG10-125-M25 [M25]  [100] 1.610.4 [ A100-RS10-245-M100 [245/100[145| 3729
AG3-RSG10-155-M25 155 25[130] 1.910.5 [ AT00-RSG10-275-M100 275|  |175 4629
AG3-RSG10-185-M25 185]  |160 2.3/0.6  [AT00-RSG10-235-M120 235 (115, 3440
AG3-RSG10-150-M50 150 [100] 1.710.8 [ A100-RSG10-265-M120 [265/120(145| 3842
AG3-RSG10-180-M50 80| 50[130] 2.0/1.0 [ AT00-RSG10-295-M120 295| |175 47042
AG3-RSG10-210-M50 20| |160 2.411.2 [ AT00-RSG10-255-M140 255 (115, 3556
AG3-RSG10-175-M75 175]  [100] 1.811.6 [ A100-RS610-285-M140 285/ 140[145| 3968
AG3-RSG10-205-M75 205] 75[130] 21118 [ AT00-RSG10-315-M140 315/ |175 4858
AG3-RSG10-235-M75 N 235]  |160 25/20 [AI00-RSG12-140-N25 (140 [115] 34103
A63-RSG10-200-M100 M10110.5/2216.5|19 1200/  [100] 36|38 18127 A100-RSG12-170-M25 [170] 25[145] 3.7]04
AG3-RSG10-230-M100 230/100(130] 21129 [A00-RSG12-200-M25 200|175 4704
AG3-RSG10-260-M100 260]  |160 25/3.2 [A00-RSG12-165-M50 [165] (115 3505
AG3-RSG10-220-M120 220 [100] 1.914.0 [ AT00-RS612-195-M50 [195| 50[145, 3806
AG3-RSG10-250-M120 [250/120(130] 22142 [AO0-RSG12-225-M50 225 [175 4806
AG3-RSG10-280-M120 280]  |160 26145 [BA00-RSG12-190M75 [190] (115, 37/08
AG3-RSG10-240-M140 240 [100] 2056 [AI00-RS612-220M75 20| 75[145, 40[1.0
AG3-RSG10-270-M140 270/140(130] 2.3/5.9  [A00-RSG12-250-M75 250 175 5.0 1.0
AG3-RSG10-300-M140 300|160 27062 [AT00-RSG12-215-M100 215] (115, 3814
AG3-RSG12-125-M25 125 [100] 19103 WNAOORSG12-245M100 | |M12/12.5/22| 6 |24 [245|100(145) 43 | 45 [4.1 1.6
AG3-RSG12-155-M25 55| 25130] 2.3]0.4 [ A100-RSG12-275-M100 275|  |175 5.1 1.6
AG3-RSG12-185-M25 185]  |160 2.7]05  [AT00-RSG12-240-M125 240 (115, 4021
AG3-RSG12-150-M50 150 [100] 2.0/05 F=JAI00-RS612-270-M125 270/ 125[145, 4324
AG3-RSG12-180-M50 80| 50(130] 24106 PZAI00-RS612-300-M125 300 175 5324
AG3-RSG12-210-M50 210]  |160 2.8/0.8 [ AT00-RSG12-265-M150 265 (115, 4130
AG3-RSG12-175-M75 175 [100] 2.2/09  [AT00-RSG12-295-M150 295/150(145, 4434
AG3-RSG12-205-M75 205] 75[130] 2.6 1.0 [ A100-RS612-325-M150 325|175 5.4 3.4
AG3-RSG12-235-M75 1212522 6 |24 (235160 4o | 4o (30113 [MAI00RSG12:290.M175 290 (115, 4343
AGa-RSG12-200M100 | 1212 200 [100] 2.3[1.4 [ AT00-RSG12-320-M175 320/ 175[145, 4646
AG3-RSG12-230-M100 230/100/130] 27016 [AI00-RSG12-350-M175 350|175 56 4.6
AG3-RSG12-260-M100 260]  |160 3111.9  [NA00-RSG16-140-M25 [140] (15| 4002
AG3-RSG12-225-W125 225/ [100] 25/21 [A00-RSG16-170-M25 [170| 25[145, 4502
AG3-RSG12-255-M125 [255/125(130] 29|24 [A00-RS616-200-M25 200, |175 5.710.2
AG3-RSG12-285-M125 285]  |160 3.3/2.7 [A00-RSG16-165-M50 165 [115| 42[03
AG3-RSG12-250-M150 250 [100] 26131 [ AT00-RS616-195-M50 [195| 50[145, 47]04
AG3-RSG12-280-M150 280/150(130] 3034 [A00-RS616-225-M50 225|  |175 590.4
AG3-RSG12-310-M150 310|160 34138  [BA00-RSG16-190-M75 190 [115| 4505
AG3-RSG16-140-M25 140] 25 28/02 [MA00-RS616-220M75 220| 75[145, 5.00.6
AG3-RSG16-165-M50 165] 50 3204 [BA00-RS616-250M75 250 |175 6.1106
AG3-RSG16-190-M75 190[ 75 36106 [AI00-RSG16-215-M100 215 (115, 47/08
AGS-RSG16-215M100 | 16|17 |25| 6 |29 [215]100/115| 52 | 54 [2.8/0.9 [ AT00-RSG16-245-M100 [245/100[145, 520.9
AG3-RSG16-240-M125 5% 240[125 2.8(1.3 [ AI00-RSG16-275-M100 275|  |175 63109
AG3-RSG16-265-M150 i 265/150 32(1.9 [ A100-RS616-240-M125 240 (115 4901
AG3-RSG16-290-M175 i 290[175 36|25 [MAOO-RSG16-270M125 | |M16| 17 |25 6 |29 [270|125145] 52 | 54 [5.411.3
AT00-RSGE-120-M25 [120] | 95| 26106 [AT00-RSG16-300-M125 300|175 6513
A00-RSGB-150-M25 50| 25[125| 2.9]0.8 [ A100-RS616-265-M150 265 (115 5.111.6
A00-RSGE-180-M25 180| |155 34108  [AI00-RSG16-295-M150 [295/150(145| 561.8
A00-RSG-145-M50 145 | 95| 2.6/1.5 [ AT00-RSG16-325-M150 325|175 6.7/1.8
A100-RSGB-175-M50 175/ 50/125| 2.9(1.7 [ A100-RS616-290-M175 200 (115 53 2.2
A00-RSG-205-M50 205|  |155 3.411.7 [ A100-RSG16-320-M175 [320/175(145| 58|24
A00-RSGE-170-M75 Mg 8.5 (18|65 |15 170 | 95|30 |32 [2.7]3.1 WAI00-RSG16-350-M175 350, |175 7025
X4 A00-RSGE-200-M75 200] 75[125, 3034 [AI00-RSG16-315-M200 315 (115, 55 3.0
A00-RSGE-230-M75 230]  |155 3534 [ A100-RSG16-345-M200 [345/200[145| 6032
AT00-RSGE-185-M90 185 | 95| 27145 [ AT00-RSG16-375-M200 375|  |175 7.213.3
A00-RSGE-215-M90 215] 90[125, 3049  [AI00-RSG16-340-M225 340 (115, 5.713.9
A00-RSGE-245-M90 245|  |155 3548  [AI00-RSG16-370-M225 370/ 225[145| 6342
A100-RSG8-200-M105 200[105] 95 2.816.3  [BAI00-RSG16-400-M225 400, |175 7442
EEMBR e J—3Y MU MHSK-A) M Standard eCoolant duct(HSK)

EBREIE CEVAS—IIVBNBLEEA.

e JIVAZ v RIFIBLTHDEE A,

o CERICIEBDEY IS —SIVHRMNTRENEY 25— VBB THEZCHEB T,

5 o
¥ [IEBEICDULT About the rigidity value

EJa1S5—=)UEimICTkef-m (9.8N)DHIF A rigidity value represents the amount of deflection for the
entire holder and tool when a bending load of 1 kef (9.8 N) is

HEZMFERORIVIETEEED D

accessories
H Caution

YBERLTLET, MEHVINELE. M applied to the tip of the tool. The smaller the numerical value is,
hHDIEEDSVINIAARETY,

the higher the rigidity and the more accurate the machining.

©The Modular Mill is not a standard accessory.
®Pull stud is not a standard accesorry.
e Please check your Modular Mills for conformance to the dimensions.

1kef (9.8N)

i e
%
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Recommended Cutting Conditions

ae

| ARS | ARL_| ARE

LF¥a5—F OvJ%  IFANSOVIR / ]
Regular Long Extra Long
/A
KIRFIFHE—HLIMFET I - Red indicates primary recommended grade. l/
o ' YIHNRE —F0n| @20 (2HMHA 2 Fiutes rd) »25 (2HH 2 Fuutes r5) $32(3KH 3 Fiutes r)
W | HEEME |
/mi .
Work material |Recommended | Cygine Sondeof| mmye | mgsy | omE | Q 8 | mes | xomE | o B | mEm | xomE | o @
grade speed machine | Feed rate min-! mm/min | cm3/min min-! mm/min | cm3min min-1 mm/min | cm3min
. 5740 3980 | 3180 | 286 | 3180 | 2,540 | 286 | 2,490 | 2,990 | 43.1
—AXABIE js 4060 [150~ 0.3~ ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX
Mild steels
(200085 T) | 54045 | 250[ | 08| 3980 | 3180 | 477 | 3180 | 2540 | 47.6 | 2,490 | 2,990 | 71.8
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
I 8740 3,180 | 2540 | 22.9 [ 2,550 | 2,040 | 23 [ 1,990 | 2,390 | 34.4
Carbon & Aoy | JS4060 [120~ 0.3~ Ve=200m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX
S | 259045 | 2301 08 3,180 | 2,540 | 3841 | 25550 | 2,040 | 383 ] 1,990 | 2,390 | 57.4
ve=200m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
SREASH 8740 2390 | 960 | 86 [ 1910] 760 86| 1,490 | 890 | 12.8
o & Alloy | JS4060 [100~ 0.2~ ve=150m/min fz=0.2mm/t ap=1.5mm ae=0.3DCX
(S;eg'smHRC) JS4045 | 200( | 06| 2,390 | 1430 | 215 | 1,910 ] 1,150 | 21.6 [ 1,490 | 1,340 | 32.2
a ve=150m/min fz=0.3mm/t ap=1.5mm ae=0.5DCX
B 5740 1,690 | 480 | 29[ 1270 380 | 29| 990| 450 | 43
Carbon & Aoy | JP4120 60~ 0.15~ ve=100m/min f=0.15mm/t ap=1mm ae=0.3DCX
e JS4045 | 50| | 03| 1500 | 640 | 64| 1270] 510 64| 990 590 | 94
GO~ ve=100m/min fz=0.2mm/t ap=imm ae=0.5DCX
8740 3180 | 1,590 | 14.3 | 25550 | 1,280 | 14.4 | 1,990 | 1,490 | 215
gf?l/btlfm Jvat60 [159~ 0.2~ ve=200m/min f2=0.25mm/t ap=1.5mm ae=0.3DCX
ainless steels
SuS 240( | 08| 2.:860 [ 1,716 [ 257 | 2290 | 1,370 | 25.7 [ 1,790 | 1,610 | 386
ve=180m/min fz=0.3mm/t ap=1.5mm ae=0.5DCX
BT40 2,860 | 2,290 | 20.6 | 2,290 | 1,830 | 20.6 | 1,790 | 2,150 | 31
-C% t_ﬁ’xt Jparz 100~ 0.3~ ve=180m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX
ast irons
o ron 220( | 1:0] 2.860 | 2,860 | 429 | 2,200 | 2,290 | 42.9 | 1,790 | 2,690 | 646
ve=180m/min fz=0.5mm/t ap=1.5mm ae=0.5DCX
—— 8740 1,270 | 380 | 23] 1020 310 23| 800| 360 | 35
Harden‘ed JP4120 (60~ 0.15~ ve=80m/min fz=0.15mm/t ap=1mm &e=0.3DCX
steels JP4105 | 100 03| 1270 380 | 38| 1020] 310] 39| 80| 360| 58
(45~B0HRC) BTS0 ve=80m/min fz=0.15mm/t ap=1mm ae=0.5DCX
C=i z=0. p= e=U.
. . 8740 1110 | 220 | 13| 80| 170 12| 690 200] 1.9
Harden‘ed 3'241 05 50~ 0.05~ ve=70m/min fz=0.1mm/t ap=1mm &e=0.3DCX
steels Jpatz0 | 100] | 02[1.110 | 220 22| 80| 170 21| 690 200 | 32
ElEtllaliln) ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

#1:[JPA105 ]| [FEEEHERMET. EMICIFBLEE Ao

#1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
o BRIRTIHIBIE T Tld[US4060] [UM4A 160 ##RBUET ., *2:[JS4060][JM4160] is recommended under heavy interrupt cutting.

[532%?] [Note]

@ Please note that the JS Coating does not cause a reaction in conductive touch

OJIST—MEBER Yy F Y —ICRBULFBADTTERLEE L,

@ KBMEIHERIE KK DBNDIGDET D TERALENTLIEE L,

QB UID < FRRBUEREZS T B NS HVIEBBICADT
BETEIBNOGOTIT DT, EAICKEULTREZDOARICZEEA
N—ZEDHIHREODREDFRERZERAL T ZREFRECTIESR
ENBEZEHRVBLET,

OZDYHIFHRIFVRIFEDERZRIBDTY . REEDIN T CIEIN
THZR. BN EREEC KDREZRBL TSV,

OMIWRICKDERBDRZENDEEF. 1.V1DIAHRE (ap) Z{KE
93 2.—HHDDED(fz) ZIER T DITETHELIEE L,

®BVEHIDGS  EDEF70%ZEERELTLEE L,

OAEY A AHIFEE0HRCZB R DMMEDIZS(F. 1 IZHDDED (f2)
B7% 1 /22BICEREL TS,

@I EREHUERMRERDE FRE(LNTY,

sensors.

@ Due to fire risks do not use neat cutting oil as a coolant.

(® The evacuation of swarf can cause burns, cuts or damage to the eyes please
ensue the correct safety cover is fitted around the machine, and necessary
personal protection equipment is worn by the machine operator.

@ These conditions are for general guidance; in actual machining conditions
adjust the parameters according to your actual machine and work-piece
conditions.

® If vibrations are a concern due to the cutting conditions, adjust conditions by
1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).

® In the case of slotting, feed speed could be down to 70% of the whole.

@ In steel exceeding 60HRC, such as dice steel between the colds,
please set the sending (fz) value per one edge about to 1/2.

This table is based on the overhang of regular type (L7).



@40 (38 3Fiutes rB) | @B0(4HH 4 Fiutes r6) | @40 (2K 2 Fiutes r8) | ¢BO(HH 3 Fiutes r8) | P63 (3HH 3 Fiutes r8) it
O&E [(E0EE | Q B | @ EOEE| Q B |EEH XDRE| Q B | @& E0RE | Q B |[OEH [EDEE| Q B | Work material
min' | mm/min|cm3/min| min-' | mm/min|{cm3min| min' | mm/min|{cm3min| min' |mm/min|{cm3min| min' | mm/min|cm3/min
1,990/ 2,990| 71.8 (1,590| 3,180 95.4|1,990|1,990| 47.8 (1,590|2,390| 71.7 {1,260 1,890 | 71.4

ve=250m/min fz=0.5mm/t ap=2mm 2e=0.3DCX ve=250m/min fz=0.5mm/t ap=2mm ae=0.3DCX ve=250mimin fs%empt | —HRIEISAE
1,990 4,780[191.2 [ 1,500 5,000] 254.5( 1,990 3,180| 159 [ 1,590 3,820 238.8 1,260 3,020 | 237.8 | \r00rmnT)

ve=250m/min fz=0.8mm/t ap=2mm ae=0.5DCX ve=250m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX e
1,590/ 1,910| 45.8 |1,270| 2,030/ 60.9|1,590|1,270| 30.5(1,270|1,520| 45.6 {1,010 |1,210 | 45.7| _.

110] 458 [1.270] 2030 1.270] 305]1.270] 1520 a0 asT]

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.4mm/t
ap=2mm_ae=0.3DCX

Carbon & Alloy

1,590 2,860 114.4 | 1,270 | 3,050 152.5

1,590 1,910 95.5 [1,270] 2,290 143.1

1,010 (2,120 | 167

steels

ve=200m/min fz=0.6mm/t ap=2mm ae=0.5DCX ve=200m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX vez200mimin f0 7ot ERAREAT)
1,190| 710 17 | 960 | 770| 23.1(1,190| 480 | 11.5| 960 | 580 | 17.4| 760| 460| 17.4| _
“i0] 1 [ ss0] 770] g0 ] 115] se0] 500] e 174

ve=150m/min fz=0.2mm/t ap=2mm ae=0.3DCX

ve=150m/min fz=0.2mm/t ap=2mm ae=0.3DCX

ve=150m/min fz=0.2mm/t
ap=2mm_ae=0.3DCX

Carbon & Alloy

1,190]1,070| 42.8 | 960 | 1,150 57.5

1,190| 950 | 47.5| 960 [1,150] 71.9

760| 910| 71.7

steels

Ve=150mimin =0.3mmA ap=2mm ae=05DCX | ve=150m/min fz=0.4mmit ap=2.5mm ae=0.5DCX | ='s9mmin =0 | (80~40HRC)
800 | 360 6.5 | 640 | 380 8.6 | 800 | 240 43| 640 | 290 6.5 510 | 230 6.5
5601 65 60| 380 “2a0] 43 eio] 290 a0 68| o

ve=100m/min fz=0.15mm/t ap=1.5mm ae=0.3DCX

ve=100m/min fz=0.15mm/t ap=1.5mm ae=0.3DCX

ve=100m/min fz=0.15mm/t
ap=1.5mm ge=0.3DCX

Carbon & Alloy

800 | 480 ] 14.4| 640] 510] 19.1

800 | 320] 12.8| 640 380 | 19

510| 310] 19.5

steels

ve=100m/min fz=0.2mm/t ap=1.5mm ae=0.5DCX

ve=100m/min fz=0.2mm/t ap=2mm ae=0.5DCX

ve=100m/min fz—O 2mm/t
ap=2mm_ae=0.5DCX

(40~45HRC)

1,590 1,430] 34.3 [1,270] 1,520| 45.6

1,590 950 | 22.8 [ 1,270 1,140] 34.2

1,010 910]| 34.4

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.3mm/t
ap=2mm_ge=0.3DCX

AT VUA

1,430] 2,150 86 [1,150] 2,300 115

1,430]1,720| 86 | 1,150 2,070]129.4

910 1,640 |129.2

Stainless steels
SUS

ve=180m/min fz=0.5mm/t ap=2mm ae=0.5DCX

ve=180m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX

ve=180m/min fz=0.6mm/t
ap=2.5mm ae=0.5DCX

1,430| 2,150 | 51.6 [1,150] 2,300] 69

1,430] 1,430| 34.3[1,150]1,730] 51.9

910[1,370 | 51.8

ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX Vve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX Ve O i LRt gﬁ t'ﬁ%
ast irons
1,430]3,430[137.2[1,150] 3,680 184 [1,430]2,200(114.5] 1,150  2,760[172.5| 910[2,180 [171.7| F& rop
ve=180m/min fz=0.8mm/t ap=2mm ge=0.5DCX ve=180m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX V°2;§§.r§r/nmniqn =98t
640 | 290 35| 510] 310] 47| 640] 220] 4] 510] 260 59| 400] 200] 5.7
. : ve=80m/min fz=0.17mm/t ﬁlnﬁm
ve=80m/min fz=0.15mm/t gp=1mm 2e=0.3DCX ve=80m/min fz=0.17mm/t ap=1.5mm 2e=0.3DCX 2p=1.5mm e=0.3DCX Hardened
640 | 330| 66| 510] 350| 88| 640| 260| 7.8| 510| 310 11.6| 400| 240] 11.3 el G
ve=80m/min fz=0.17mm/t ap=1mm ae=0.5DCX ve=80m/min fz=0.2mm/t ap=1.5mm ge=0.5DCX V;ji‘%fg/m f=0.2mmi ¢ )
550 | 160 | 1.9 | 440| 170| 25| 550 | 110] 1.3 | 440 130 19| 350 100] 1.9] ..
. : ve=70m/min fz=0.1mm/t *ﬁlnﬁﬂ
ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX 2p=1mm  2e=0.3DCX Hardened
550 | 160 | 3.2 | 440 ] 170] 42| 550 | 110] 22| 440 130] 32| 350] 100] 3.1 steels
(50~60HRC)

ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

ve=70m/min fz=0.1mm/t ap=1mm 2e=0.5DCX

ve=70m/min fz=0.1mm/t
ap=1mm_ge=0.5DCX

{gFIEElI- AN A)LEIEI-ZS YA P Ramping, Helical Milling, Feeding toward Z-AXIS

FRIDETUNIDEVCDIERIEE () W ZE 5 EVhAL RS (ap) ICHIBRDSDE T .

There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.

(mm)
fEFLIEI AU JLEIHE]
Ramping et miting TEEDCX [920(4) 925(5) |¢32(5) |9406) | 950¢8) | 963('8)
I
Regc;ﬁmﬁ?ded Below 3 degrees
TR
@ W M h 1 2 2 2.5 25 25
- 8 ap 2 3 3 | 37 | 45 | 55
~UAIVTE | 2g-38|34~38| 48~62 | 60~78 | 75~98 101~
IESIIAR N IAIVINE | 28~38| 34~38 | 48~62|60~78 | 75~98| 101~124

Ramp milling angle

.,

TEfZDCX

Tool dia.

CER]IOKFHRET BT EDBOF T I FHN—EHBL T L)

[Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.
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Recommended Cutting Conditions

_ARB | AR |

iViA iViA

Bore type Bore type
L | Iap
MIRF(FFE—HERIFTET I, Red indicates primary recommended grade. l/
?ﬁ‘ﬁ”ﬁ ?ﬁﬁpﬁé tﬂﬁjﬂ;@f R —732:1’00@ (1740(3*&59 3 Flutes I'G) ¢50(5$ﬂ3‘] 5 Flutes I'G) ¢63(6$ﬂ7‘] 6 Flutes f'6) ¢80(6*&7‘J 6 Flutes I'G)
Work material |Recommended| Gygting[SPndeof| mm/t | EI8R% (pmEE| @ fB | EER EOEE| Q {8 | EER XOEE Q {8 | EERM E0EE| Q B
grade speed machine | Feedrate | min-t |mm/min|cm¥/min| min+ |mm/min|cm3min| min |mm/min|cm¥min[ min |mm/min|cm¥min
. 8740 1,990]2,990] 71.8[1,590(3,975] 95.4 [1,260[3,780[1429] — | — | -—
Jﬂﬁiﬁﬁ;mm 3§S4060 150~ 0.3~ ve=250m/min fz=0.5mm/t ap=2mm 2e=0.3DCX
(00HBT) | JS4045 | 250 arso| O8] 1:990]4.780[191.2 [1590]6,360[254.5 [1,260[6,050[ 381.2]1,000[ 4,800 | 384
ve=250m/min fz=0.8mm/t ap=2mm ae=0.5DCX
A 1,590/1,910] 45.8[1,270/2,540] 60.9 [1,010/2,420] 915 — | — | —
BREESHE BT40 ;
Carbon & Alloy [ JS4060 120~ 0.3~ ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX
steels JS4045 | 230 0.81,590|2,860/114.4 [1,270[3,810(152.5 [1,010|3,640]229.3| 800 |2,880230.4
(30HRCLLT) BT50 ,
ve=200m/min fz=0.6mm/t ap=2mm ae=0.5DCX
1,190] 710] 17| 960] 960] 231 [ 760 | 910 344 — | — ] -—
o 8740 [ 710] 17] g60] o [ 760 910] 344] — | —|
Carbon & Alloy | JS4060 100~ 0.2~ ve=150m/min fz=0.2mm/t ap=2mm 2e=0.3DCX
steels JS4045 | 200 0.6(1,190/1,070| 42.8| 960 1,440] 57.5 | 760 [1,370| 86.3| 600 |1,080| 86.4
(30~40HRC) BT50 -
ve=150m/min fz=0.3mm/t ap=2mm ae=0.5DCX
. I -] -] -
T 8740 800| 360 65| 640| 480| 8.6] 510 | 460 | 13 | | |
Carbon & Alloy | JP4120 |60~ 0.15~ ve=100m/min £=0.15mm/t ap=1.5mm 2e=0.3DCX
GEED JS4045 | 150 03| 800| 480| 14.4| 640| 640]| 19.1| 510 | 610 | 28.8] 400 | 480 | 28.8
(40~45HRC) BT50 :
ve=100m/min fz=0.2mm/t ap=1.5mm ae=0.5DCX
BT40 1,590 1,430| 34.3[1,270[1,905] 45.6 [1,010]1,820| 688| — | — | —
Z?-Dlzxﬁlﬂ 150~ 0.2~ ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX
Stainless steels | JM4160
SuS 240| oo 08 1,430/2,150] 86 [1,150(2,875| 115 | 910 [2,730] 172 | 720 [2,160|172.8
ve=180m/min fz=0.5mm/t ap=2mm ae=0.5DCX
8740 1,430/ 2,150| 51.6[1,150/2,875] 69 | 910 [2,730]103.2]| — | — | -
o %k 100~ 0.3~ ve=180m/min_fz=0.5mm/t ap=2mm 2e=0.3DCX
Costors | JPA120 | gyl | 1.0[ 1,430 34301372 [1.150 | 910 4370 275.3] 720 [3460]2
= mom arso| 10|1:430]3,430/137.2]1,150 4,600 | 184 | 910 |4,370|275.3 720 3,460 276.8
ve=180m/min fz=0.8mm/t ap=2mm ae=0.5DCX
2 ] . 8l -] - -
- 8740 640 290| 35| 510] 383 4.7 | 400 | 360 | 6.8 | | |
Hardened JP4120 |60~ 0.15~ ve=80m/min fz=0.15mm/t ap=1mm ae=0.3DCX
steels JP4105 | 100 03| 640] 330] 6.6] 510] 434] 8.8 400 410 12.9] 320 | 330 13.2
(45~BOHRC) BT50 .
ve=80m/min fz=0.17mm/t ap=1mm ae=0.5DCX
550| 160| 1.9] 440| 220| 25] 350 | 210| 39[ 270] 160 | 3.8
0] 18] 40| 220] 25] 50| 210 3s] 20| 0]
Hardened JP4105 50~ 0.05~ Ve=70m/min f;=0.1mm/t ap=1mm 2e=0.3DCX
steels 100 02| 550/ 160 3.2| 440 220| 42| 350 | 210| 6.6 270 | 160 | 6.4
(so-eoro) | YP4120 | 1% grs | 160] 32] 40| 220| 42] 350] 210| 66] 270] 160]
ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

#1:[JPA105 | SSERHERAMET. EMICIFELF B Ao

#1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
ol BIETIHIRIE FCIX[JS4060][UM4 1601 ##RBULFE T, *2:[JS4060][IM4160] is recommended under heavy interrupt cutting.

=]
OISO—MEBEBEX Y vF VY —ICRIDLFEBADTTERLEE L,
@ KBMEIEBHIF NKDEBNDBORT DTERALEVTLEE L,
OBFHUID K FIRREILERBZVNS S B NS BWEBEICADT
BETEIBNOGOTITOT. EAICKEULTEZDOARICREEA
N—ZEDHHREODHREDFRERZEBERAL T ZELRETIER
ENBEEHRVBLET,
OZDYHIFHRIFVRIFEDEZZRI BDTY . REEDINI TN
TR, B EREMEFCKDREZR/BLTITZS L,
OMIRRICKDRBDEXENDIHEEF. 1.UDIAHRE (ap) ZIKE
T2 2. —HHEHDDED (f2) BRI DITETIHBLIEE L,
®BYHIDEGES . EDEE70%ZERELTLEE L,
@OmREY A ZAfliF E60HRCZEZ DMIEDIHGIF. 1 HHDDED (f2)
872 1/282BICREL T TREL,

[Note]

@ Please note that the JS Coating does not cause a reaction in conductive touch
SEensors.

@ Due to fire risks do not use neat cutting oil as a coolant.

® The evacuation of swarf can cause burns, cuts or damage to the eyes please
ensue the correct safety cover is fitted around the machine, and necessary
personal protection equipment is worn by the machine operator.

@ These conditions are for general guidance; in actual machining conditions
adjust the parameters according to your actual machine and work-piece
conditions.

® If vibrations are a concern due to the cutting conditions, adjust conditions by
1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).

® In the case of slotting, feed speed could be down to 70% of the whole.

@ In steel exceeding 60HRC, such as dice steel between the colds,
please set the sending (fz) value per one edge about to 1/2.



®100(58A 5 Fiutes rB) | @B3 (KN 3 Fiutes r8) | @8O (44IH 4 Fiutes r8) | ¢ 100(54H 5 Fiutes r8) | ¢ 125 (B 6 Fiutes r8) A
EER EDEE| Q {E | & EDZEE| Q {E | [OE# |EDFEE| Q {E | BEH (EDEE| Q fE | @EH ED#EE| Q B | Work material
min-'  |mm/min [cm3min| min' [mm/min {cm3/min| min' |mm/min|cm3min| min' |mm/min [cm3min| min' |mm/min [cm3min

— -1 —=11260[1890] 714 -] -] —-| =] =] = =1 =1 -

ve250mimin_ f0 St Ve=250m/min fz=0.5mm/t ap=2mm e=0.3DCX @Eﬁiﬁfﬂﬂ
800 | 3,200 320 | 1,260] 3,020| 237.8| 1,000| 3,200] 320 800 [3,200| 400 | 640 [3,070| 479.7| LooHENT)
veZ250mimin Jo-98mpt ve=250m/min fz=0.8mm/t ap=2.5mm 2e=0.5DCX

=TS el e =] =] -] =] =] =] =] =] =|.—a>

ve=200m/min fz=0.4mm/t
ap=2mm_ge=0.3DCX

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

Carbon & Alloy

640 [1,920] 192

1,010] 2,120 167 | 800 | 2,240] 224| 640 |2,240] 280 |

510 [ 2,140 334.4

steels

veZ200mimin f=-08mmi ve=200m/min fz=0.7mm/t ap=2.5mm ae=0.5DCX (ERRREAY
- | -] o[ a0]174] -] -] [ -] =] =] =] =] -,
Vc;],igm’mmigeiﬁgggq‘/‘ ve=150m/min fz=0.2mm/t ap=2mm ae=0.3DCX gﬁ%ﬂ?ﬁ%ﬂy
480 | 720 72| 760| 910] 71.7] 600 960| 96| 480 | 960 | 120| 380 [ 910]142.2| Steels
ve=150mimin_£-=0.3mmA Ve=150m/min fz=0.4mm/t ap=2.5mm 2e=0.5DCX (B0~
—| | -l >0 2] 65] -] -] = =] =] =] =] =] =],
ve100mimin f220.15mnt ve=100m/min £2=0.15mm/t ap=1.5mm 2e=0.3DCX gﬁﬁ%ﬁﬂ
320 | 320] 24| s10] 310] 195 400| 320] 25.6| 320| 320| 32| 250| 300 37.5| Steels
”27,199%"”’%”3!27{’5%“&?“ ve=100m/min fz=0.2mm/t ap=2mm &e=0.5DCX (40~45HRC)
-1 -] —l1010] ot0]34a] -] -] [ -] -] =] -] =] =] _
ve=200mimin_ f-=0.3mit AT VLA

ap=2mm _ae=0.3D

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

570 |1,430] 143

910 1,640 129.2]

720 | 1,730] 173] 570 1,710] 213.8]

460 | 1,660 259.4

Stainless steels
SUS

ve=180m/min fz=0.5mm/t
ap=2mm_ge=0.5DCX

ve=180m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX

910 1,370] 51.8]

Viligﬂnm";eiﬁgégi”" ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX ‘C% t'ﬁ%
570 |2,280| 228 | 910[2,180[171.7] 720] 2,300 230| 570 2,280] 285| 460 |2.210]345.3| & rop
ve180m/min I=-08mpt ve=180m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX '

—| | =l aof 200 s7] —| =] -] =] = - =[ -[ -],
[ A Ve=80m/min £=0.17mm/t ap=1.5mm 2e=0.3DCX iﬁgﬁiﬂd
250 | 210] 105 | 400| 240] 11.3| 320| 260| 15.6] 250 250| 18.8| 200| 240 | 22.5| steels
e s o ve=80m/min fz=0.2mm/t ap=1.5mm &e=0.5DCX (el
220 [ 110] 33] 3s0] 100] 19] -] -] -] -] -] =1 =] -1 -T.
V“;LWPJ%!ES%B”&Q“ ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX ﬁ’iﬁgﬁiﬁd
220 | 110 55| 350| 100| 3.1 270] 110| 4.4| 220| 110| 55| 170| 100| 6.2 A

ve=70m/min fz=0.1mm/t
ap=1mm ae=0.5DCX

ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

1@%%)]%“"\')73} DtﬂﬁWZﬁﬁtﬂﬂaf Ramping, Helical Milling, Feeding toward Z-AXIS

FRIDE TYINADEVCHIERIEE (8) P ZE#T5 LA G RS (ap) [ICHIRMBDE T,

There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.

TEFILIH] ANUAILYEY
Ramping Helical milling
VANEL)
(ﬁ Hole Dia.
el 6
ERIEAG B ©

Ramp milling angle

\ TE&ZDCX Tool dia.

(mm)
TEEDCX | pa0(6) |95016) |06318) | 080(8) |910008) 0125(8)
#1E0 EPN 2L
Recommended Below 3 degrees Below 2 degrees
h 25 | 25 | 25 | 25 | 25 | 25
ap 37 | 33 | 55 | 55 | 55 | 55
NURIVTIE | 60~78|77~100 101~124|135~158 |175~198 | 248~255

CERITIDKFOHRET BT ENGOFT I FAN—ERBL T ZE L,

[Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.
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Recommended Cutting Conditions

ae

V15—
Modular ; ]
[ar
MIRFIFE—HEEMIETT . Red indicates primary recommended grade. —V
*ﬁﬁu*j HEITIATE tﬂﬁ”ﬁfi‘ Ve 1%%1%*,‘& _;Jﬁboﬁib fz d)] 2(3*&3‘] 3 Flutes r25) ¢] 6(2*&}] 2 Flutes r35)
0 m/min .
Work material | R0 | Cutting | Spindieof | MM | mgnayn | $0EE e (0K IHME| EEESN | BORE vr |I0<THLE
speed machine eedrate min-' | mm/min | cm?¥min min® | mm/min | cm3¥min
) 6,630 | 1,990 6 4,970 | 1,990 16
—fRiEEmE | BT40
Mild steels JS4060 | 150~250 0.1~0.8 Ve=250m/min f=0.1mm/t ve=250m/min  £=0.2mm/t
(200HBIYT) | JS4045 BT50 ap=0.5mm 2e=0.5DCX ap=1mm_ 2e=0.5DCX
REEALH BT40 5310 | 1,590 | 4.8 3980 | 1,590 | 12.7
Carbon & Allo JS4060
steels y 154045 120~230 0.1~0.8 ve=200m/min f=0.1mm/t ve=200m/min f=0.2mm/t
(30HRCILT) BT50 ap=0.5mm ae=0.5DCX ap=1mm ae=0.5DCX
REEALH BT40 3980 | 960 | 29 2980 | 890 | 7.
Carbon & Alloy | JS4060
il y 154045 100~200 0.08~0.6 | v=150m/min £=0.08mm/t | ve=150m/min £=0.15mm/t
(30~40HRC) BTS50 ap=0.5mm 2e=0.5DCX ap=1mm ae=0.5DCX
REEASH 4120 8T40 2650 | 640 | 1.9 1990 | 600 | 29
Stiﬁ;’"“"w JS4045 60~150 0.08~0.3 | ve=100m/min £=0.08mm/t ve=100m/min £=0.15mm/t
(40~45HRC) BT50 ap=0.5mm ge=0.5DCX ap=0.6mm ge=0.5DCX
4,770 1,430 4.3 3,580 1,430 11.4
25U BT40 | | | |
Stainless steels | JM4160 | 150~240 0.1~0.8 ve=180m/min £=0.1mm/t ve=180m/min fz=0.2mm/t
SuUsS BT50 ap=0.5mm ae=0.5DCX ap=1mm ae=0.5DCX
s o BT40 4770 | 1,430 | 4.3 3580 | 1,430 | 11.4
Cast irons JP4120 [100~220 0.1~1.0 ve=180m/min £=0.1mm/t ve=180m/min f=0.2mm/t
FC, FCD BT50 ap=0.5mm ae=0.5DCX ap=1mm ae=0.5DCX
BN pa120 8T40 2,120 | 510 0.9 1,590 | 320 1.3
Hardened steels JP4105 60~100 0.05~0.3 ve=80m/min f:=0.08mm/t ve=80m/min f:=0.1mm/t
(45~55HRC) BT50 ap=0.3mm ge=0.5DCX ap=0.5mm ae=0.5DCX
N . BT40 1,860 | 280 | 0.5 1,300 | 280 | 0.7
Hardened steels | jp4105 | 50~100 0.05~0.2 ve=70m/min £:=0.05mm/t ve=70m/min £:=0.1mm/t
(55~60HRC) BT50 ap=0.3mm ae=0.5DCX ap=0.3mm ae=0.5DCX

#1:[JP4105 ] FEREHERAMET. £EMICHELEE A,

%1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
ol BMIFHIRE FCIE[JS4060][UM4A 1601 &EH#RLE T, %2:[JS4060][IJM4160] is recommended under heavy interrupt cutting.

xr
=

[Note]

P=3=t

@;J_S_EI—?»{ VOIREERYvF Y —ICRBULEBADTTERL
faral AN

OTHKBMHELIREHIE NKDBNDBOF T D THERALEVTLEE L,

@FFHUIUID K F IR UERB ST B NGB DIVIFBICADT
BETEIBNHSHDFITDT. CERICBULTIEFZDEBEICEZEN
N—ZRDORIFHREOHNREDREEZBEALC. RE2LRIECIEE
TNBEZEMULBLET,

@O DYIHISFERIFIHIZEGEDERZRT BHDTY . EEDOINTL TN
TR B0 ERBHECIDREZAREL TS0,

OMIWRICIDIREDEZIEINDIBEE X, 1.UDAHRE (ap) ZIKR
9% 2.—HHDDED (f2) ZKR T 275E THRELIEE L,

@BYHIDBE . EDE(F70%ZBRELTLEEL,

@REY 1 AHIFEBOHRCZRBA HMEDZSTIE. 1 IHDDIED (f2)
iE8%Z1/212EISFREL T,

@ Please note that the JS Coating does not cause a reaction in conductive touch
sensors.

@ Due to fire risks do not use neat cutting oil as a coolant.

® The evacuation of swarf can cause burns, cuts or damage to the eyes please
ensue the correct safety cover is fitted around the machine, and necessary
personal protection equipment is worn by the machine operator.

@ These conditions are for general guidance; in actual machining conditions
adjust the parameters according to your actual machine and work-piece
conditions.

® If vibrations are a concern due to the cutting conditions, adjust conditions by
1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).

® In the case of slotting, feed speed could be down to 70% of the whole.

@ In steel exceeding 60HRC, such as dice steel between the colds,

please set the sending (fz) value per one edge about to 1/2.



@20 (2K 2 Fiutes rd) | 925 (KN 2 Fiutes r5) | @32 (3K 3 Fiutes rD) | @40 (4HH 4 Fiutes r5) o
EEEE N |3XDERE vi DTS | EERE n | XD vi IDCTHEE| EERE n | EDERE vi (IDCTHLE| [@E588n | EDEE vi ID<FHEE] Work material
min-! mm/min | cm3/min min-! mm/min | cm3min min-t mm/min | cm3/min min-! mm/min | cm3/min
3,980 [ 3180 | 286 | 3,180 | 2,540 | 28.6 | 2,490 2,990 [ 43.1 [ 1,990 [ 3,180 | 57.2 e
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX —‘ﬂx*ﬁ)eﬁﬁﬁﬂ
3,980 | 3,180 | 47.7 | 3,180 | 2,540 | 47.6 | 2,490 | 2,990 | 71.8 | 1,990 | 3,180 | 95.4 (Melggtljgim
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
3,180 | 2540 | 229 | 2,550 | 2,040 | 23 | 1,990 | 2,390 | 34.4 | 1,590 | 2,540 | 45.7 | emem.oom
ve=200m/min_fz=0.4mm/t ap=1.5mm_ae=0.3DCX Carbon & Alloy
3180 | 2540 | 38.1 | 2,550 | 2,040 | 38.3 | 1,990 | 2,390 | 57.4 [ 1,590 | 2,540 | 76.2 | steels
ve=200m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX (B0HRCLLF)
2390 | 960| 86 [1910] 760 86 [ 1.490] 890 12.8 | 1,190 | 950 | 171 | mxm-asH
ve=150m/min fz=0.2mm/t ap=1.5mm ge=0.3DCX Carbon & Alloy
2,390 [ 1,430 | 215 [ 1,910 1,150 [ 21.6 | 1,490 1,340 [ 32.2 | 1,190 [ 1,430 | 42.9 | steels
ve=150m/min z=0.3mm/t ap=1.5mm ae=0.5DCX (30~40HRC)
15690 | 480| 29 [1270] 380 29| 990| 450| 43 [ 800 480] 58 |x=masH
ve=100m/min fz=0.15mm/t ap=1mm ae=0.3DCX Carbon & Alloy
1590 | 640 6.4 ] 1270] 510] 6.4 ] 990] 590] 9.4 | 800] 640] 12.8 | steels
ve=100m/min £=0.2mm/t ap=1mm ae=0.5DCX (40~45HRC)
3,180 1,590 | 14.3 | 2,550 | 1,280 | 14.4 | 1,990 | 1,490 | 21.5 | 1,590 | 1,590 | 28.6 .
Ve=200m/min f,=0.25mm/t_ap=1.5mm ae=0.3DCX AT IVAH
2,860 | 1,716 | 25.7 | 2,200 | 1,370 | 25.7 | 1,790 | 1,610 | 38.6 | 1,430 | 1,720 | 51.6 | uainiesssteels
ve=180m/min z=0.3mm/t ap=1.5mm ae=0.5DCX Sus
2,860 | 2,290 | 20.6 | 2,290 | 1,830 | 20.6 | 1,790 | 2,150 | 31 | 1,430 | 2,290 | 41.2
ve=180m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX % ﬁ*
2,860 | 2,860 | 429 | 2,290 | 2,290 | 42.9 | 1,790 | 2,690 | 64.6 | 1,430 | 2,860 | 85.8 | Cestions
ve=180m/min fz=0.5mm/t ap=1.5mm ae=0.5DCX FC. FCD
1,270 | 380] 23 [ 1020 310] 23| 800| 360 35| 640] 380 4.6 NG
ve=80m/min fz=0.15mm/t ap=1mm ae=0.3DCX H’Erdené'cj siesls
1,270 380] 38 [ 1,020] 310] 39| 8o00|] 360] 58| 640] 380] 7.6 (45~55HRC)
ve=80m/min fz=0.15mm/t ap=1mm ae=0.5DCX
1110 ] 220] 13| 80| 170] 1.2 ] 690] 200| 19| 560 230] 28|, n
ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX ﬁ:ﬁenﬁsteels
1,110 220[ 22 [ 80| 170] 21| 690 200] 32| s60[ 230] 46 |g5-gonre)
ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX
EFIEDEI- AU A IVEDEI-ZF5EIE)5AH Ramping, Helical Milling, Feeding toward Z-AXIS
FRIDFE TUNAIDEVEDIERIAE (8) 0 ZE# A BYhAR RS (ap) [CHIERHSHDET
There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.
(mm)
“Eiﬁ?nf" ’\iﬂ'ﬂf” TTEREDCX | g1225) 16/35) g2014) 022014 025151 028151 93015 43215 4005
H2O 2T 3T
| T'\?%(b ‘ Recommended | Below 2 degrees Below 3 degrees
— ‘ Hole Dia. ‘ (] h 08/ 1|1 |2 |2 |2 |05[15| 2
T g L ap 08| 1|2 |3 |3 |3|3]|3]|3
i Al TR |19~ - - - ~ ~ ~ ~ ~
AR . UV | 17~22| 22~30|28~38|32~42 | 34~38 |40~54 | 44~58) 48~62 | 64~78
. ™~ CEBIYID< SHTRET BTEDBDOET . P10 FTH/\—ERBLTZEL,

T EfEDCX Tool dia.

[Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.
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Cutting performance

01 B H—MCEWE R DA B

High-feed machining is possible by using the round-insert.

@ ERTED2E~IEDXIENFEETT

- It is able to feed two or three times faster than conventional one.

02 HEELFTNISUTHE
i Strong double-Clamping Structure

® VHEXEY I TR UIERTIE. A2 — MBI

WRUPBRALZUBEDN S TIVHBFEELTWELES,

95T UEIVITHICEKZBELRITNG T

g2 f2=0.3~0.6mmit
a2 FRICKUBRUE UL,
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& é 1 + There could be some troubles
ﬂ 2 like moving of the inserts or
i ”é, fz=0.1~0.2mm/t loosening of the screws, in case
gg of single clamping like only

o

wedges or screws. By strong
double-clamping structure using
both clamp screws and clamp
pieces, those troubles have
been solved.
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Clamp piece

REIRZ 7vo7 STIT R
alpha Radius Mill
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Conventional tool (Indexable End Mill)
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Clamp screw

03 {ESEIEI- AU AIVEIEI - ZE MR A Ramping, Helical Milling, Feeding toward Z-AXIS
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- There are restrictions to Ramp angle (8) and
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cutting depth (gp) toward Z-axis because of < 8 E b
designs of cutting edge. BERYAHE ] E ap e
Ramp milling angle * N 4 L—»‘

R TE&DCX Tool dia.
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- By application of slant milling, if there is no preparing hole, direct milling and expanding of pocket are possible, So that, there is no need to make
preparing hole by using drills. Consequently, reduction of tools are possible.
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alpha Radius Milling
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Conventional milling
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No interference

Some spaces

Some interferences
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1+ Preparing hole
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' Two ways slant !
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! 4 times serial slant

(FERIHRILT)

Slant + expand
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Slant + expand
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Slant + expand

m‘ﬁuﬁﬁﬁ Cutting region
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Range comparison between r8 round-insert and r10 round-insert (conventional alpha Radius Mill RD type).
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r8 round-insert is useful on the unstable cutting like Slotting or Die-Sinking.
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Drilling + expand
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6 o || ] Work material
,,,,,,,,,,,,,, o . TEZ:@B3X3NT
5 . L PWIr SITAZ)] Tool dia.

alpha Radius Mill
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ve=168m/min(n=850min1)
vi =800mm/min(fz=0.314mm/t)

r8 insert use
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Cutting times (times)

3 A e ap=5mm;EtJH|
| B N %ﬁ,’fﬁ;f’ﬁ%%a' N R Slotting
3 r10 insert use
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CNITHL. r84 Y —hEBEIFX TRIRICHIBITER U,
Conventional gets mill chattering after the second axiel depts of cut. r8 inserted
mill is able to machine smoothly until the sixis axial depts of cut.

20 30 40 50 60
tﬂﬂafﬂlg de  Cutting width (mm)

70




<2>¢20(LF2135—0OVJ-IFA>50VT) OYHEIEE
Milling range of the ¢20 (Regular, Long, Extra Long)
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Please be careful that application range of slotting
becomes narrow.

ap=3mm is posible by regular,but @p=0.2mm is maximun.
by extra-long.
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Milling range of the ¢25 (Regular, Long, Extra Long)
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Milling range of the ¢32 (Regular, Long, Extra Long)
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RiFIFEDS BT
No IEJ%DCX A—H— A UT—MITE| #REI {ﬁﬁﬁ%ﬁ' Cutting conditions g m
‘[ Tool dia. User Insert grade [ Work material Vﬁ(nf%fﬂ')” V;Z?:nﬂw)'n ap x @e:mm Result
1 50 At JS4060 SCM 188 2,500 |a=1.0 Pt EFITTH106FRIN TLRELICI I AT &L
Company A (35HRC) [(1,200) | (0.69) |ae=1.0~2.0| Enabled stable semi-finishing processing approx. 10 hours.
2| 32 Bit [JP412018%| P21 200 | 3,000 |a@p=0.5| fERSPICLLN1 . SEDOEF®.
Company | FEaupalemie | (A0HRC) [(2,000)| (0.5) |@e=15 | 1.5X the tool life of conventional products.
cit S50C | 120 | 1,150 |ap=1.2 | RERBICLLN2MBORF®.
3 80 Company C JS4060 (220HB) | (480) | (0.6) |ae=50 | 2xX the tool life of conventional products.

ERmIRCHISIHE K

eatures comparing with conventional product

ARF fERMA Conventional A fEREmB Conventional B
EHID  Face miling O O @)
iBHID  Sside milling [9) O O
J&HID  Sotting O @) X (N/A)
AUBJVIIT  Helical miling ©) N X (N/A)
EEMFIMI  Scanning path @) PN X (N/A)
ZSHRII  Contouring path O @) )
IO FHEH 4 Chip removal O A X (N/A)
I (ST DI For difficult to cut material O A A




MOLDINO

The Edge To Innovation
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MoLDINO | It MOLDINODESREIECTY,

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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