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New variations of coating, introducing AJ coating series.

Fusion of "easy cutting geometry"” and "multi function geometry"”
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Pure copper Stainless-steels Cast irons Carbon steels  30~45HRC Hardened stee\s Hardened sleels
Tool steels Alloy steels Pre-hardened steels 55~62HRC

Hardened steels
HRC
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Advanced high-rake geometry combines easy cut and edge strength.

A multi-function end mill with a bottom flute to allow unlimited horizontal and vertical cutting with a single tool.
Perform drilling without a pilot hole, ramping or horizontal milling, etc.
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Features

Since advanced high-rake geometry Multi-function processing with a single tool
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- Expands application range. IRESBUTE
+ Reduces cutting vibrations and enables stable cutting even when processing with long overhang.
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Helical boring Drilling
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Increasing rigidity compared with conventional by
using special steel and chip pocket geometry.
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With air hole.
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Cutting force is reduced by high rake geometry.
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In various corner R Plunging
Geometry of two cutting edges on end.
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High-efficiency machining.
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Side milling
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Shoulder milling
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Technology

PVD Technology 7 U J\— l\“ yﬁm : %% jJD JEH *j*

de for machining pre-hardene dened 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 hardnesses of 30 to 50 HRC.
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- Exhibits excellent cutting performance when machining pre-hardened or hardened steels with hardnesses of 30 to 50 HRC.
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steels or precipitation-hardened stainless steels, or for finishing.

YIEI 8 Cutting performance

06 HERmB T —7 Work material : P21(40HRC)
= JP[4120 AT o : ASRT5063R-4
ﬁ g”-“ A — inser 1 WDNW140520
!E F EIBIZRAE cutting conditions
ﬁ § 02 ve=90m/min  fz=0.8mm/t
3 apXae=1X44mm
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EDBIZEBE Cuting length (M) SKEBE—FINIT single-flute cutting
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General purpose for steel

(o] :F#E Features
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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.

o tﬂﬁ“ﬁﬁ% Cutting performance

’ SCM440 (32HRC) DENHIKERHER wear graph after cutting SCM440 (32HRC) ‘ ’ P20 (32HRC) MO ENAIEKER#E R wear graph after cutting P20 (32HRC) ‘
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Layer structure JS Coating
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Heat resistant layer
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Wear resistant layer
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Heat resistant substrate

e YIBIRME Cutting Condiions 04 e SJBIZEE Cuting Condtons
an
- e JS4045 % M # | SCM440(32HRC) - Conveniona 484045 # H # | P20(32HRC)
@ 3 03f---- Conventional /77~ ~~~"""""" A """ Work Material E = 03f ===~ T T Work Material
i E rI\ B | ASR5063-4 i E ' 8 | ASRS2016R-2
~ ‘ool = : Tool
E é 02F - {J%-NIE | EDNW15T4TN-15 E 8 02f - AP ol 4V%-NIE | EPNWOBO3TN-8
RE Insert Model . B } Insert Model
K> ) Bl & B | ve = 180m/min K> [ £) Bl i & | ve = 180m/min
B T 22 Cutting Speed W 0l - Rt T Cutting Speed
194h0%hE | fz = 1.5mm/t ! 194D0EhE | fz = 1.5mm/t
Feed per tooth B i Feed per tooth
0 50 100 50 A D2 H | apxae=10>x42mm 0 100 200 o $10RA % | apxae=05x 13mm
FIHIEERE (m)  Cutting length ) I 3@ # | Dry(AINIIT  &E—3E04E EDHIEERE (m)  Cutting length 55 & | Dry(AIDIT  S—408
Coolant Dry cutting Single-flute cutting Coo\anll Dry cutting Single-flute cutting
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Cutting performance

01 t}]ﬁ“?&ﬁ Reduced cutting force 02 t}]ﬁu%ﬁﬁ Application Range 03 ﬂ?ﬁgﬁfg Edge strength
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+ AHJ uses our original high-rake geometry and + By reducing cutting force, the application rangeis  + Combines cutting comfort with tough edge
insert positioning to provide comfortable cutting greatly expanded compared to conventional strength.
by suppressing cutting force and cutting vibration products.

changes to a minimum.
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© 1000 |— — — & - 2 R AT Tooss | 920
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pe 2 KR JONPY |10t = ® S, 21310 core e
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YHAHZ(EE  Depth volume of cut BRAEAH ae  Radial depth of cut (mm) YIKIEERE Cutting length (m)
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Field data

01 AHJ25R (: J:ébu Iélﬁim ;ﬁ] Example of reducing processing by half with AHJ25R

T—2 work - EEEBERD RS w RN pocketting of mechanical part € 3 conventional B ZE Proposal
L Era: AHJ25R BEFR comentonn AHJ25R
Y IEE Tool cost (¥/ITE) (¥/Tool) ¥ 3,200 ¥ 3,840
P TEFHM Tool life (D—4/T8) (WorkiTool) 10 12
Td Igﬁmﬂ%ﬁ Tool change time (ﬁ/IE) (min/Tool) 2 2
M BEEE  Machine charge (F +—) (¥/%53) (¥/min) ¥60 ¥60
Tc  INTBEER cutting time (93/9—2%7) (min/Work) 14.0 3.4
K MIZE cutting cost (¥/T—27) (min/Work) ¥1,172 ¥534
IMIELLZR Processing cost ratio (%) 100% 46%
AREINTEHR (¥/B) (¥/month) ¥720,565
Reduced monthly processing costs
@T%E@ﬁ(: tg‘l‘g LJ 35 3- o Calculated using the formula below:
CO=SEERY) D < THRHEE( e K B =
CK=MxTot _YTMXTd)  mmasweecs. P B St worme (8-CO2/0ma) 1.378 0475
e =) Note: Machine charge is estimated value EBETIE croromons oo s ) T00% 35%

HHIE 0 54%&“% Cutting cost: Reduced by 54% coaﬁig 0 Ss%ﬁuiﬁ Egju%'g‘ésﬁg%goa/f“

02 AHJ50R (: J:éj]u Iélﬁi}& $1§“ Example of reducing processing by half with AHJS0R

'7—7 Work + %m%ﬂﬁ%@ﬂfb' v "ﬂuI Pocketting of mechanical part 1E ;E Conventional },:E'E ¥ Proposal
I E Tool : AHJSOR ?E;Eu:lu Conventional AHJSORS
Y TEZE ool cost (¥/TE) (¥/Tool) ¥ 3,800 ¥ 4,000
P TEHMS Toollife (9—2/T8) Work/Tool) 2 3
Td IE&}QH&F& Tool change time (/I E) (min/Tool) 10 10
M BEWME  Machine charge(F v—3) (¥/49) (¥/min) ¥60 ¥60
Tc INTRSRE Cutting time (93/9—27) (min/Work) 50 35
K ITE cutting cost (¥/D—2) (min/Work) ¥5,200 ¥3,633
IMIELLZER Processing cost ratio (%) 100% 70%
AT EHR (¥/8) (¢imonth) ¥171,886
Reduced monthly processing costs
©T§E(DEU: ZE'I'% lJ 35 3- o Calculated using the formula below:
(Y4+MXTd) " gsloc ﬁr%%c;i;fhﬂaa ﬁﬁ?’“ﬂﬁ%m C‘?:%e"ﬁa‘ E"“%
IITE | K=MXTot ————5——— {0 charge s esimated vate per cnp basicun (¢-COiom) (g-C0z/cme) 1.267 0462
BRIBAEEEE envionmental load ratio (%) 100% 36%

HHIE . 30%&“% Cutting cost: Reduced by 30% COgﬁig E 64%ﬁuiﬁ %géu%rg(ijsgiyo% io:
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Line Up

ARU—Fov20917 BEer

AHJ (L) ‘ R I %ﬁ EEﬁg Regular flute HFBFDADF Y . Numeric figure in a circle .
DC:¢»16~33 DC: 940,50 LF
APMX
T fo
T I N s
=@2wrsi§zﬁ © I |pconms
TEFuH 2 cumngnedges LH LF ‘
o . + BRAA Y —bB Inserts mL/\FE
Fm1— K T & Size(mm) KEXNHA Onend SLEXE On periphery e (F)
Item code Stock — . Suggested
DC LF La |APMX| LH |DCONMS| R — R item Code |(JZHE | R I— R Item Code | JEHZ | retai price (¥)
AHJ16R ® | 16 [120| 45 | 19 | 33 | 16 | JDMT0803: 3L 1 JDOMTO0903: R | 3 37,430
_ LAHJ20R ® | 20 ({13055 | 23 | 35 | 20 | JDMT1003: 1 JDMT1003 xR | 3 40,010
fgg AHJ25R @® | 25 {140 | 7.0 | 29 | 45 | 25 | JDMT12T3: 1 JDMT12T3 3R | 3 41,300
F 2 Ea‘é’ AHJ32R ® | 32 (150 | 85 | 34 | 50 | 32 | JDMT1605: 1 JDMT1505 3R | 3 45,170
AHJ40R ® | 40 (160 | 7.0 | 40 | 55 | 32 | JDMT12T3: 2 JOMT12T3 3R | 4 54,200
AHJ50R ® |50 17085 | 50 | 70 | 42 [ JDMT1605: 2 JOMT1505 %R | 4 64,990
AHJL16R ® | 16 50 41,300
AHJL17R ® | 17 175 | 45 | 19 33 16 | JODMT0803: 5L 1 JDMTO0903: R | 3 21,300
O | AHJL20R ® | 20 60 43,880
;“-E AHJL21R ® | 21 185 | 55 | 23 35 20 | JDMT1003: 350 1 JDMT1003 3R | 3 23,880
©
3, 2| AHJL25R ®| 25 75 45,170
; % AHJL26R ® | 26 220 | 7.0 | 29 5 25 | JDMT12T3 0L | 1 JDMT12T3 3R | 3 25170
o
A : 321230 | 85| 34 g0 32 | JOMT1605:% JOMTIS05::0R | 3 |42
AHJL4A0R @® | 40 {240 | 7.0 | 40 | 55 | 32 | JDMT12T3: 2 JDMT12T3 53R | 4 58,070
AHJL50R @ | 50 250 |85 |50 | 70 | 42 [ JDMT1605: 2 JOMT1505 3 4 68,630
AHJ (L) ‘ RS I %E_L EEH? Short flute 3 EBFHADE T, Numeric figure in a circle (.
DC:¢16~33 DC: 940,50 LF
APMX LH
- _ i |
\ﬂ gRossooggoooncongooonooRg DCONMS :
> AN B Do | ol N\ A | poonws
LF | APMX
o . o BRAAYY—b Inserts FLI/\GE
mRa— K 1 T & Size(mm) EXF On end YRR On periphery | M8 (F)
Item code Stock — . Suggested
DC LF | fa |APMX| LH |DcoNMs| M — R Item Code |(EHE | BRI — R Item Code | (B2 | retail price (¥)
AHJ16RS @ 16 28,040
AHJ17RS ® | 17 120 | 45 | 85| 33 | 16 | JDMT0803: ;L | 1 JDMTO0903 xR | 1 28,040
AHJ20RS ® | 20 29,920
s AHJ21RS ® | 21 130 |55 | 95| 35 | 20 | JDMT1003: =L | 1 JOMT1003 xR | 1 20920
T 2| AHJ25RS ® | 25 e e 30,970
£ 3 0 O —
2 d‘? AHJ26RS ® | 25 140 | 7.0 |125| 45 | 25 | JDMT12T3 2L | 1 JOMT12T3 3R | 1 30,970
AHJ32RS ® | 32 33,790
AHJ33RS ® | 33 150 | 85 [14.5| 50 | 32 | JDMT1605: 1 JOMT1505 2R | 1 33790
AHJ40RS ® | 40 [160| 7.0 |125| 55 | 32 | JDMT12T3: 2 JOMT12T30R| 1 40,710
AHJ50RS @[50 170 185 |145| 70 | 42 | JDMT1605: 2 JDMT1505 R | 1 48,810
AHJL16RS ® | 16 50 31,920
AHJL17RS ® | 17 175 | 45 | 8.5 33 16 | JDMTO0803: 1 JOMTO0903 >R | 1 31,920
O | AHJL20RS @ 2 60 32,980
g\ < AHJL21RS ® | 21 185 | 55 | 9.5 35 20 | JDMT1003 5L | 1 JDMT1003 3R | 1 732,980
(0]
3, 2| AHJL25RS ® | 25 75 33,790
; g) AHJL26RS ® | 26 220 | 7.0 (125 45 25 | JODMT12T3 L | 1 JOMT12T3 2R | 1 33790
o
ﬂz_' z:jtgggg : :g 230 | 8.5 |145 gg 32 | JDMT1605 1 JDMT1505 3R | 1 %
AHJL40RS @ | 40 [ 240 | 7.0 |125| 55 | 32 | JDMT12T3: 2 JOMT12T3 3R | 1 43,530
AHJL50RS @[50 250 85 [145| 70 | 42 | JDMT1605: 2 JDMT1505 0 1 51,390

OF : IZETERTY ., @ - Stocked Items.



Eyla_g'{j Modular type AHJM‘

CHIEFDADZE T o Numeric figure in a circle

DC:¢916~33 DC: 940
DCONMS
i DCONMS \ LF
THSZMS J&‘ THSZMS DRVS (ZHE1&)
fa ‘ 1
\ ! “‘m\ @ AR / ,,,,/‘/\:\\\ A H /
@5' L" pe > \ 1J‘: — - |oHuB DC ’%: *: : :{% DHUB -
RRi@®) | , W
APMX E_‘
— L1
L2 ] L2
fERA VY — b inserts
(. /5T
%:: a—R EE T_]' /f Size(mm) — .
It?;n code Stock EXH onend SHUEXIA on periphery {Eﬁe(sg)
DC | LF | 8a |APMX |DCONVS|THSZMS| DHUB | L7 L2DWS%E]—FMmMe@%ﬂﬁﬁj—FMMm{ﬁ?rmmmM
AHJM16RS| @ | 16 B o 28,040
25|4.5| 85| 85/ M8 |128/55(17 | 10 [JDMT0803:::L| 1 [JDMT0903: Rl 1 [——
%| AHIM17RS | @ |17 28,040
55 AHJM20RS| @ |20 - N 29,920
30(5.5| 95(10.5(M10(17.8/5.5|19 | 15 [JDMT1003:::L| 1 [JDMT1003:::R| 1 |——
é %| AHIM21RS| @ |21 29,920
ﬁf AHJM25RS | @ | 25 20.8 B o 30,970
5 35 |7 |125125|M12 55|22 (17 |IDMT12T3::L| 1 |[JDMT12T3 3R] 1 [——
T %| AHJM26RS| @ |26 23 30,970
o
% | AHIM32RS| @ |32 B B 33,790
40 |8.5|145/17 |M16/288/6 |23 |22 [JDMT1605::L| 1 |JDMT1505 *:R| 1 [—
%| AHJM33RS| @ |33 33,790
%| AHIM40RS | @ |40 | 40 |7 |125(17 |M16(28.8|/6 |23 |22 [JDMT12T3<x:L| 2 [JDMT12T3:R| 1 40,710

CEE] % &BEv v ox YN CERTRETSNBDEE A
EVIS—SIVRUERVvYVI . ER7—/\OIIERHEI[EY15—RUBIICTV—RIEEDEBRIFERULEVTLZEL,
[Note] When 3% and carbide shank are used together as a set, there is no interference.
Do not apply lubricants such as grease, etc. to the "contact faces" and "modular screws" of the "modular mill", "dedicated shanks" and "dedicated arbor".

B, Parts TRy et

VN

Shape
» =N 2))\FE(iHE
®16/17---AHJ(L)16/17R(S) AHJM16/17RS 250-140 0.5 870 104-T6 1,800
®»20/21---AHJ(L)20/21R(S) AHJM20/21RS 251-141 1.1 870 104-T8 1,800
¢25/26---AHJ(L)25/26R(S) AHJM25/26RS 265-143 2.0 870 104-T10 1,920
¢32/33---AHJ(L)32/33R(S) AHJM32/33RS 412-141 2.9 540 104-T15 2,060
(/¥ 10 FRIIEE AHJ (L) 40R(S) AHJM40RS 265-143 2.0 870 104-T10 1,920
@ 5000w AHJ(L)50R(S) 412-141 29 540 104-T15 2,060

[FR] I35V TRLRERERTY  ERARRICIDIIRERIBELET D TEH DR EBBEOELET .

[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.

SEEN : BTLEERTYT . No Mark:Manufactured upon request only.



Inserts

Fig.1

EXRA VY —k

Inserts on end

’NSL

Fig.2 SNEAIRAVY—b

Inserts on periphery

®40,950

j;@gﬂ 0

| T
W
}Zé I%ilEl
[(FE] R=2.001 VY — R EFERY 2BEFRT—I—FBEENIT 2HENGBDFI,
[Note] When using the insert with R=2.0, it is necessary to carry out additional processing of cutter body corner part.
£l Carbon steels [ | | [ | I M . —ARUIE - e
General cutting, First recommended
M | SUSZ SUS, etc. Mo, [~ I [ AR - s
FC-FCD Cast irons H General cutting, Second recommended
BERAVY—k AJ Js TH
Inserts % I-74V9| =745 d—549 = 3% Size(mm) FL/\GE
. 1%%& *%E AJ Coating JS Coating TH Coating ﬂﬁ*%(F':J)
%{c% jEj— VY=t HET— .No.cratf TolTrance S © S w ) Suggested
Tool | Comer B firiE ltem code ners | e S S 2 Z nsLlwi | s | RE| preaty
dia. R Position o ) ) E e
RO.4 [EXA onens Fig.1 | JDMTO080304L 1 [ [ [ ) [ ] 5.3 78| 3.0]| 0.4 970
®»16 : SMEFA on periphery Fig.2 | JDMTO090304R 3(1) [ ) [ ) [ ] o 9.2/ 50| 28| 0.4 970
®17 Ro.g | EXMonens  Figd | JOMT080308L 1 o o [ 0 ® [53/78[30]/08] 970
| SAEBA onperiphery Fig.2 | JDMTO090308R | 3(1) [ ) [ ] [ ) [ ] [ ] 9.2/ 50| 28] 0.8 970
RO.4 IEFA onend Fig.1 | JDMT100304L 1 [ ] (] (] o 6.3/ 98|32 04| 1,310
*7 | SMEFA on periphery Fig.2 | JOMT100304R 3(1) [ J [ ) [ ) (] [® |11.0/6.1|35| 04| 1,310
20 | RO.8 [EXA onens Fig.1 | JDMT100308L 1 [ [ [ [ ] [ 6.3/ 98|32 08]| 1,310
21 | MDA onperiphery Fig.2 | JOMT100308R 31 [ J () [ () ® [11.0/6.1]35] 08| 1,310
EFA onend Fig.1 | JDMT100320L 1 [ (] [ J 6.3/ 98|32|20]| 1,310
R2.0 AT o soionery Fig.2 JDMT100320R 1 o (@] [ [ J 11.0/ 6.1 35| 20| 1,310
= oneereten FI8-2 T JDMT100308R_| 2(0) ® @ | @ | ® | ® [110]61]35]08] 1,310
0.8 | EXMores  Fig.1 | JDMT12T308L | 1 ©  © e | ® | ® |79123 39| 08| 1,370
SMEFIA onperiphery Fig.2 | JOMT12T308R 31 [ J (] [ ) () ® [136/80] 39| 0.8]| 1,370
JEFA onend Fig.1 | JDMT12T320L 1 [ (] [ J 7.9(12.3/ 39| 2.0| 1,370
@25 | R2.0 BT o seronen Fig.2 JDMT12T320R 1 [ o [ ] 13.6/ 8.0| 39| 20| 1,370
»26 oneererey TI8-C " J)DMT12T308R_| 2(0) ® @ | @ | ® | ® [136]8039] 08| 1,370
IEFA onend Fig.1 | JDMT12T330L 1 [ [ (] 7.9/12.3| 39| 3.0| 1,370
R3.0 [ o Fig2 | JOMT12T330R | 1 ° o | o 136/ 8.0 39| 30| 1,370
JDMT12T308R | 2(0) [ (@] [ [ ] (® [13.6/80]| 39| 08| 1,370
RO.8 [EFIA onens  Fig.1 | JODMT160508L 1 |M&| @ [ [ J [ ] [ J 9.5/15.8| 5.0 | 0.8| 1,490
032 "~ | SMEBA onperchery Fig.2 | JOMT150508R | 3(1) | M ® o ® o ® |[16.0/ 9.1 |50/ 08] 1,490
®33 [ERF onend Fig.1 | JDMT160530L 1 [ [ (] 9.5/15.8| 5.0| 3.0| 1,490
R3.0 NEDR o Fig.2 JDMT150530R 1 [ (@] (] (] 16.0/ 9.1 | 5.0| 3.0| 1,490
oreereten FI8-2 ' JDMT150508R_| 2(0) @ | o | @ | ® | ® [160]/9150]08] 1,490
RO.8 [EXFA onend  Fig.1 | JDMT12T308L 2 [ [ [ J [ ] (] 7.9(12.3| 39| 08| 1,370
[ SMERA on periphery Fig.2 | JDMT12T308R | 4(1) [ ) [ ) () o ® |136/8.0]/39]08]| 1,370
EDE s Figd JDMT12T320L 1 [ ) [ ] 7.9(12.3|/ 39| 20| 1,370
R2.0 © | JDMT12T308L 1 [ J (@] (] o (@] 7.9/12.3| 39| 0.8| 1,370
040 S on prpnery Fig.2 JDMT12T320R 1 [ [ o 13.6|/ 80| 39| 20| 1,370
JDMT12T308R | 3(0) [ (@] [ ) o (® |13.6/ 8.0 3.9|08]| 1,370
ERM ovens Fig.d JDMT12T330L 1 [ [ ) [ ] 7.9(12.3| 39| 3.0| 1,370
R3.0 © | JODMT12T308L 1 [ (@] [ [ ] (® | 79/12.3| 39| 0.8]| 1,370
MBI on porpnery Fig.2 JDMT12T330R 1 [ J [ ) (J 136/ 80| 39| 3.0| 1,370
JDMT12T308R | 3(0) [ (@] o [ ] [® (13680 39| 08| 1,370
RO.8 [EXFA onens  Fig.1 | JDMT160508L 2 ® [ o [ ] [ ] 9.5/15.8| 5.0 | 0.8| 1,490
| $MEFA onperiphery Fig.2 | JOMT150508R | 4(1) [ ) [ ) o [ ® [16.0/9.1]5.0/ 08| 1,490
. JDMT160530L 1 [ o [ ] 9.5/15.8| 5.0| 3.0| 1,490
@50 3.0 BAR s Fig1 I jpMT160508L | 1 ® o | @ | ® | ® |o95[158 50 08| 1,490
SMEITI on perprery Fig.2 JDMT150530R 1 [ J (@] [ [ J 16.0/ 91| 5.0 3.0| 1,490
JDMT150508R [ 3(0) [ (@] o [ ] (® |16.0/ 9.1 5.0 0.8] 1,490

[ I

[EE])JSO—MNIBER YV F /Y —ICRIGUFE R ADTTEELIEE L), [Note] Please note that the JS coating does not cause a reaction in conductive touch sensors.

EXNBAERUMEDEWLCHHEEUVEUE R Ao [ 1 since the same insert grade is not used for the bottom flute, it is not recommended.
¥ (Awd) RIFEIREEETT 2T5—ZIDA VT — MERET T - % Numbers in parentheses are the number of inserts when using a short flute and Modular Mill.

07



*e

e

X2

X2
X2

:E=J:|.5_-=_"I§m =J-‘7-Ja The Shanks for Modular Mill

1 #BIE/v>/7 carbide Shank

LF

LF
LB1 LS LB1 LS

7 2 i 2 Esq7 o -

CHAT 2+ al=l 2 Z T = z

C Type 8]:7 Vm’—”iQ 8 E Type 8]:_H ] 8

a THSZWS e e THSZWS a

BRI—K I & Sizemm 547 |BRnys | (FRLTHEE)

ltem code Stock| pCONWS [THSZWS |  LF LB1 LS BD1 |DCONMS| D1 Type | Cuterbody [ Note | RE,
ASC16-8.5-95-30Z ® 95 | 30 | 65 48,100
ASC16-8.5-120-55Z | @ 120 | 55 | 65 616 52.560
ASC16-8.5-140-752 | ® | 85| M8 | 140 | 75 | 65 | 145| 16 | 155 | C | ¢17 55.960
ASC16-8.5-160-952 | ® 160 | 95 | 65 18 58,900
ASC16-8.5-160-30Z | ® 160 | 30 | 130 58.900
ASC20-10.5-120-50Z | ® 120 | 50 | 70 220 56.780
ASC20-10.5-170-90Z | ® 170 | 90 | 80 63,590
ASC20-10.5-220-1202 | @ | ' | M0 7550 950 700 | 18°| 20 | 1951 C ) 980 1 60,950
ASC20-10.5-270-150Z | ® 270 | 150 | 120 5 | 88:690
ASC20-10.5-220-50Z | ® 220 170 $20.621] 69.920
ASC20-10.5-270-502 | @ | 105 | M10 5501 50 550 | 185 20 | 1951 C 142 X [ 88690
ASC25-12.5-145-65 | ® 145 | 65 | 80 o025 | ™ [64.990
ASC25-12.5-215-115 | ® 215 | 115 | 100 2 [ 76130
ASC25-12.5-265-145 | @ | ' | W12 [Tp65 g5 120 | 2° | B | T | B 928 1 L T agiee0
ASC25-12.5-315-195 | @ 315 | 195 | 120 £ [ 114370
ASC25-12.5-265-65 | ® 265 200 _ $25. 26 88.690
ASC25-12.5-31565 | @ | 22 | M12 5151 65 550 | 28 | % E |o2s8 114.370
ASC32-17-160-80 ° 160 | 80 | 80 30 98,540
ASC32-17-210-110 | ® 210 | 110 | 100 $32 99.710
ASC32-17-260-140 | ® | 17 | M16 | 260 | 140 | 120 | 28 | 32 | — | E | ¢33 118.480
ASC32-17-310-190 | @ 310 | 190 | 120 635 160.710
ASC32-17-360-240 | ® 360 | 240 | 120 ($40) 202.930
ASC32-17-260-80 ° 260 180 $30. 032 118.480
ASC32-17-310-80 ®| 17 | M6 [ 310 | 80 [ 230 | 28 | 32 | — | E |¢33.635 160.710
ASC32-17-360-80 ° 360 280 (40} 202.930

[(EE] D& 31 (P) £ YFTEATR3EFTENBYEE Ao
QTMBRDY—UVS IEEDRINE—ICTERTEEY.
@{p40) Tl BEHLES200mm T A2BRICTER TS,

[Note] (When 32 and31 (P6) are used together as a set, there is no interference.
(@Commercial milling chucks or shrink-fit holders can be used.
(®For the @40 size, it is recommended that the overhang is 200mm or less.

I 'flﬁ‘/'\vyﬁ Steel Shank LF LB1 LF s
LB1 LS ” \
F 2]
Cy17 2 _Ng = 2 byav %TW%\( S |2
C Type % T 'CDF:?Q S % D Type 8*44 \ \ = 8
(6] [&] [a] [a]
a THSZWS o THSZWS
EHRI—R T ~ & Size(mm) 947 | @EAvY | B ﬁ%g\ﬁ@*ﬂﬁ(ﬂ)
Item code Stock| DCONWS | THSZWS | LF LB1 LS BD1 |DCONMS| D7 Type | Cuferbody | Note | Ot
AS16-8.5-95-15 | 85 | Mms 95 | 15 80 145| 16 | 155 | C g]g‘“’” I | 28160
AS20-10.5-100-20 | @ | 105 | M10 | 100 | 20 80 18 | 20 — | o ggg‘“m 7'? 31,680
]
AS25-12.5-115-35 [ ] 12.5 M12 115 35 80 23 25 — D ggg\ 26 p 35,440
#30.632 | =
AS32-17-110-30 ® | 17 M16 110 30 80 28 32 — D 328 ¢35 g 42,470
[ER]MlROYV—UVHICTERTEZY, [Note] Commercial milling chucks can be used.
D> v>/0 steel shank F
LB1 LS
g N g
g :
g = 2
HEBRUERE. 1-PRCTENTIEETT. THSZWS
% For neck section or total length, additional machining to user specifications is possible.
BHRI—R Peae X & Sizemm ERNvs| Bz ﬁ%éJ\ﬁ@?(H)
Item code Stock| DCONWS | THSZWS LF LB1 LS BD1 | DCONMS | Cuterbedy | Note' | ZRO%20
930 | I3
AS42-17-360-90 | 17 M16 360 ) 270 28 42 ggg LI 80940
040 | WS

=] mEROV—IUVSICTEBTEE Y, [Note] Commercial milling chucks can be used.

OF | I BERTY, @ : Stocked Items.  fEEN : F4ESRTT. No Mark:Manufactured upon request only.



E=J:|.5_-=_"lm7_’\ Modular Mill Arbor

LB2 22 | 484 LB2 27 654
e ‘ THsZws L | Lﬂ‘ THSZWS i
| —
T}—#n—\ i 0 o [
[ 1 I\ S----2 of-4 = =20 = 3 ::’ ”””
BT30 —i=ha=%8 gt - BT40 =28 =
XEEBRUERE. I-TRICTGENIARETT, 2 —T ES \ — S
= == BHTA2 | BT40
% For neck section or total length, additional g \M L= BT30 § =
machining to user specifications is possible. a e

Bmd—R 7E 3 & Size (mm) 5Z

ltem code Siock | DCONWS | THSZWS | BD1 ®DS LB2 LB1 BHTA2 Note
BT30-8.5-25-15 25 5 20.6°
BT30-8.5-50-15 8.5 8 15 30 50 10 10.6°
BT30-8.5-75-15 75 10 6.6°
BT30-10.5-20-18 20 5 29.5°
BT30-10.5-45-18 105 10 18 35 45 10 13.7°
BT30-10.5-70-18 70 10 8.1
BT30-12.5-15-21 15 5 32.3°
BT30-12.5-40-21 40 10 17.6°
BT30-12.5-65-21 125 12 21 40 65 10 9.8°
BT30-12.5-85-21 85 10 7.0°
BT30-17-10-28 10 5 3
BT30-17-35-28 17 16 28 40 35 10 135°
BT30-17-60-28 60 10 6.8°
BT40-8.5-25-15 25 5 20.6° I7—
BT40-8.5-50-15 85 g 15 30 50 10 10.6° it
BT40-8.5-75-15 ’ 75 10 6.6° With Air hole
BT40-8.5-125-15 125 10 37
sl e
BT40-10.5-45- 5 7
BT40-10.5-70-18 105 10 18 35 70 10 8.1°
BT40-10.5-120-18 120 10 4x
BT40-12.5-49-21 i AT
BT40-12.5-40- 7.6°
BT40-12.5-65-21 125 12 21 40 65 10 0.8°
BT40-12.5-115-21 115 10 5.2°
BT40-17-10-28 10 5 25°
BT40-17-35-28 35 10 21.8°
BT40-17-60-28 17 16 28 48 60 10 11.53°
BT40-17-110-28 110 10 57°

[F8] £Y25—=)UE BT30 7—/\THEADKER. REVHIRGRZERICNIRHZRELTTELV, ITKRRICKIDIRBNMNEREINDBEF.
1. U)DIAHRE (ap) ZIRRET D 2. —AHDDIED (fz) ZIEE T DHFECTHBTEL,

[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 (@p) or 2.reducing per-flute feed rate (fz).

LB2 26 32

@‘ THSZWS ‘ I -
mEE: . =N5 E o
HSK'A63 s =7 @ '7%"" 2
\BHTA2 1= \HSK-AB3

DCONWS [

EmRO— R e 3% Size (mm) g | BLIGHEE (M)
ltem code Stock | DCONWS |THSZWS| BD1 ®DS LB2 LB1 BHTA2 | B | renieeTd)
HSK-A63-10.5-30-18 ® 20.8 30 - S 94,560
HSK-A63-10.5-70-18 ° 25 70 10 3z 0 97.130
HSK-A63-10.5-70-18S 105 10 18 48 70 10 12° 2 =
HSK-A63-10.5-120-18 D 302 120 10 3 £ [ 101,350
HSK-A63-12.5-35-21 D) 24.3 35 — S < 95.490
HSK-A63-12.5-65-21 & ., 12 o1 275 65 10 S s 96.660
HSK-A63-12.5-65-21S : 48 65 10 127 | & -
HSK-A63-12.5-115-21 ® 32.7 115 10 3 | E [ 101,710
HSK-A63-17-40-28 ) 31.8 20 - 3 I 95.490
HSK-A63-17-60-28 o ., 16 08 339 60 10 3z B 96.660
HSK-A63-17-60-285 48 60 10 95 -
HSK-A63-17-110-28 ® 392 110 10 N 101,120

[(FE] 7—-3UMATMBLTEDFE

<

> [Note] Coolant Pipe is attached.

O 77—/N(BT,HSK) D%%& Arbor (BT,HSK) Features

’ (B) BRELRSDEES: - BRI DH A Example : Overhang and Application Area ‘
Point

AYRZRRTEA7—/N(BT.HSK) (4. T2 |75 cuer I s
RHURSERAICHRDIYAFLATTDOT, | oinoons T |7 .
TEDFESEMFETEXT BT30-10.5-20-18 a: ﬁi(é;a_oJ;f;;’ v 58
Reduce the chattering vibration by BT, HSK arbor due to B Commercial milling chuck (BT30 type) -

the reduction in the “actual” overhang.



>A T

Line Up

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

@Ci oC 10 o —ZBEUF I TELVIRRK TENHOFT
G Hi S IEJRED SR T EEUTER TWEZEBLIE<h\ B FTHRIE
- HELEE,

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
£| G |@#D|H|H1|oC| L | M| L1 |@Ci|pCo e 5y g/ G |@#D|H|H1|oC| L | M| L1 |pCi|pCo "M 5y

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 )|
g Weight | L2 em code g Weight | L2
2| G |@D|H|H1|@C| L | M| L1 |¢C1|oCo ") 5o 2/ G |@D|H|H1|@C| L | M| L1 |¢pC1|oCo " 5o
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 1911.7 I AT00-RSG10-140-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| 15162 [ A100-RS610-220-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] 16104 [A100-RS610-245-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] 1.7/0.8  [A100-RS510-265-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] 1.8/1.6  [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 [ A100-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 [AI00-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 [ AT00-RSG12-325-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 [ A100-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 3.4 (3.8 [ A100-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 3606 [ A100-RS616-215-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 [AI00-RSG16-240-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
A00-RSGE-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 1320/175(145 5.8 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 35 48 [ A100-RSG16-370-M225 370/ 225[145| 6342
AT00-RSGE-200-M105 200[105] 95 2.816.3  [BAI00-RSG16-400-M225 400 [175 74142
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)

Tgija(um)
5
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Recommended Cutting Conditions

o Eﬁ“ ’/)7]!]1%1# Cutting conditions for shoulder milling

@ YHAHZR ELaETIITEL2HATY
@ LaEBABE A —N—FvTDREFRICK)ARIRHEDIRELE T VAR RSEXREEDBERISERELTT S,
O —MMICYHAAIRREIIA Y —FDBEH KELBIERICHIET

FRUNAHZTIERADBRIS TNALEREBHI2M N IS BUNAHLEBEHRLET,

(mm)
- Full 2 inserts are used up to the cutting depth £a. — —
- If Lais exceeded, depending on the overlap relationship, a / HRYHAHE ap EATIARE
single insert region may occur. Care should be taken regarding TE&ZEDC RRecommendedicy x
the relationship between cutting depth and feed rate. Tool dia. SEE2WIE La APMX
« In general, insert damage tends to become larger at the border ulliZlinserisliegion
region of the cut. When using for deep cutting, it is recommended _ $16,p17 ~4.5 13~16 19
that the cutting depth be set so that two inserts will be used at the 20,021 ~55 15~18 23
cutting border region. % 025,026 ~7.0 18~24 29
< 032,033 ~8.5 21~28 34
¢40 ~7.0 21~23 42
¢50 ~8.5 24~28 50

%ﬁ—?[gﬁ—?Eﬁ*Z*i—C?’o *¢Red indicates primary recommended grade.

TE&RDC Tool dia.(mm)

it HRMTE | UIHLRE 016,017 $20,021
. Recommended vc(m/min)
Work material grade | Cuingspeed | SBABEE | AR | O |1 0L0DED | TRARES [EHAHIE | E0EE |1 WLDDX0
ap (mm) de (mm) V/f(mm/min) fz(mm/t) ap (mm) de (mm) V/f(mm/min) fz(mm/t)
Cutting Depth | Cutting Width Feed Feed rate Cutting Depth | Cutting Width Feed Feed rate
% ~45| ~8 570 0.08 ~55| ~10 860 0.15
— RS |
RIS A JS4060 180 45~13| ~3 500 0.07 5.5~15 ~6 690 0.12
Steels for general structure JS4045 (1 40~220) 1319 —2 290 0.04 1523 3 460 0.08
DO#5EN=3,580min-1 (ve=180m/min) DEREN=2,870min-1 (ve=180m/min)
- ~45| ~8 510 0.08 ~55| ~10 760 0.15
R-5E
Carbon Steels & Alloy Steels | JS4060 160 45~13 ~3 450 0.07 5.5~15 ~6 610 0.12
S-C SCM Js4045 | (120~200) | 13~19| ~2 | 250 | 004 |15~23| ~3 | 410| 0.08
(180~300HB) DER#N=3,180min-1 (ve=160m/min) DEREN=2,550min-" (ve=160m/min)
e ~45| ~6 320 0.08 ~55 ~6 320 0.10
Carbon Steels & Alloy Steels JP4120 1 00 45~13 ~2 280 0.07 5.5~15 ~4 260 0.08
S-C SCM (10~120) | 13~19| ~1 | 160 | 0.04 |15~23| ~2 | 190| 0.06
(30~40HRC) DEREN=1,990min-1 (ve=100m/min) D@EREN=1,590min-" (ve=100m/min)
~45| ~8 800 0.08 ~55| ~10 | 1,200 0.15
- 250 45~13| ~3 700 0.07 5.5~15 ~6 960 0.12
G|JS4045] (00~300) | 43~19| ~2 | 400 | 004 |15~23| ~3 | 640| 0.08
AT VUM DR N=4,970min-1 (ve=250m/min) DEREN=3,980min-" (ve=250m/min)
Stainless Steels
sSuUs ~45| ~8 320 0.08 ~55| ~10 480 0.15
= 100 45~13| ~3 280 0.07 5.5~15 ~6 380 0.12
= |PTH30E| (80~120) [43.19| ~2 | 160 | 004 |15~23| ~3 | 260| 0.08
DEREN=1,990min-1 (ve=100m/min) @EREN=1,590min-" (ve=100m/min)
~45| ~8 640 0.10 ~55| ~10 760 0.15
%ﬁ*‘m oTH1S 160 |45~13| ~4 | 450 | 007 |55~15| ~7 | 610| 042
EC ECD (120~200) [13-19| ~3 | 260 | 004 | 15~23| ~4 | 410| 0.08
DER#n=3,180min-1 (ve=160m/min) D@EREN=2,550min-" (ve=160m/min)

CERE] (D EIRBIETABHREICSERELTTEW,
(2)IST—FT VI FBERYvFEVY—[CRIGLEBEADTTERIEE L,



@ TERHLENKREVGEE. VORI GRENRELP T ARELY]

HIREEIC YA 5 TY. RERS. ERSORALLVET O THROR oA Tt
BESZILTTORMROYAHEae s ML TMILTFELY, TAREDC | RRHLES e
® 25— @+ UITSDCEL EDREHLRSTEAShSHA, — o DB | B0x3 | Dox4
* When the amount the tool sticks out is large, chattering vibrations, etc. are more likely to occur, ®»25,026 aeX1 aeX1 aex0.7
ki tti diti table. Si thi Itin ab Id d
Shortened too! Ife, refer to the factors n the table at right and reduce the cutting width aewhen -~ 232:033 | aex1 | aex1 | aex08
machining. 40 aeX1 aeX1 aeXx0.8
* When using a modular carbide shank with a tool overhang of 5DC or more, set the conditions by 50 aex1 aex1 aex0.8
multiplying cutting speed Vc by a factor of 0.7 to 0.5.
TERDC Tool dia.(mm)
025,026 »32,033 »40 ¢»50 WAL
ERABR (AR O || BE00MD | EFABRC | YHAMR |0 |\ R00%0 | HAMES ERAME [KORE |1 BED0MD | FRABRE THAHE w0t | 1Rgpoy | VWork material
ap(mm) | ae(mm) |Vimmmin) | fz(mmit) ap(mm) | @e(mm) |Vmmimin) | fz(mm/t) ap(mm) | @e(mm) |Vmmimin)| fz(mm/t) ap(mm) | ae(mm) |Vimmmin)| fz(mm/t)
Cutting Depth | Cuting Width | ~ Feed Feed rate Cutting Depth | CuttingWidth | ~ Feed Feed rate Cutting Depth | CutingWidth | ~ Feed Feed rate Cutting Depth | CutingWidth | ~ Feed Feed rate
~7/~125/ 780| 0.17 ~85| ~16| 720/ 0.20 ~71 ~20| 490 | 0.17 ~85| ~25| 460 | 0.20
e
7~18| ~7| 600 0.3 |85~21) ~10| 540 015 | 7~21| ~12| 370 | 0.3 |85~24| ~15| 350 | 0.15 | ~ARIBEHM

Steels for general structure
18~29) ~4| 460| 0.10 | 21~34] ~5| 430 042 |21~42] ~8| 290 | 0.10 | 24~50| ~10| 280 | 0.12 | SS(=<180HB)
OE:EN=2,290min! (ve=180mmin) | EEREIN=1,790min"! (ve=180mmin) | EEEEIN=1,430min-! (ve=180mmin) | EEEELN=1,150min- (ve=180mmin)

~7/~125/ 700/ 0.17 ~85| ~16| 640 0.20 ~7/ ~20| 430 | 0.17 ~8.5 ~25| 410 | 0.20 | ..

RS
7~18 ~7| 530( 0.13 |8.5~21| ~10| 480/ 0.15 | 7~21| ~12| 330 | 0.13 [8.5~24| ~15| 310 | 0.15 | Caron Steels & Aloy Steels
18~29| ~4| 410| 0.10 | 21~34| ~5| 380| 0.12 | 21~42| ~8| 250 | 0.10 | 24~50| ~10| 250 | 0.12 |S-C SCM
OE:En=2,040min"! (ve=160mmin) | EEREIN=1,590min"! (ve=160mmin) | EEEEIN=1,270min-! (ve=160mmin) | EEEELN=1,020min- (ve=160mmin) (180~300HB)

~71  ~8/ 310/ 0.12 ~85| ~10| 300/ 0.15 ~7/ ~20| 190 | 0.12 ~85| ~25( 190 | 0.15 | .

P
7~18| ~6| 260/ 0.10 [85~21| ~7| 240| 0.12 | 7~21| ~12| 160 | 0.10 |8.5~24| ~15| 150 | 0.12 | Carbon Steels & Alloy Steels
18~29) ~3| 200| 0.08 |21~34] ~4| 200| 0.0 |21~42) ~8| 130 | 0.08 |24~50, ~10| 130 | 0.10 858 S%M o
D@EHN=1,270min-1 (ve=100mmin) | DIEEEN=1,000min-1 (ve=100mmin) | CEREN= 800min-! (ve=100mmin) | CEEEIN= 640min-1 (ve=100mimin) (30~40HRC)

~7/~125/1,080| 0.17 ~85| ~16(1,0001 0.20 ~7/ ~20| 680 | 0.17 ~85| ~25| 640 | 0.20
7~18| ~7| 830| 0.13 |85~21| ~10| 750, 0.15 | 7~21| ~12| 520 | 0.13 |8.5~24| ~15| 480 | 0.15
18~29| ~4| 640/ 0.10 |21~34) ~5| 600| 0.12 | 21~42| ~8| 400 | 0.10 | 24~50| ~10| 380 | 0.12 _
CE:En=3,180min! (ve=250mmin) | EEREIN=2,490min"! (ve=250mmin) | EEEEIN=1,990min-! (ve=250mmin) | EEEELN=1,590min-" (ve=250mimin) iTIJ Igtzlﬂﬁ
ainiess eels
~7/~125 430| 0.17 ~85| ~16| 400 0.20 ~7/ ~20| 270 | 0.17 ~85| ~25| 260 | 0.20 | SUS
7~18| ~7| 330| 0.13 |8.5~21| ~10| 300, 0.15 | 7~21| ~12| 210 | 0.13 |8.5~24| ~15| 190 | 0.15
18~29) ~4| 260| 0.10 |21~34) ~5| 240/ 0.12 | 21~42| ~8| 160 | 0.10 | 24~50| ~10| 150 | 0.12
D@EHN=1,270min-1 (ve=100mmin) | DIEEEN=1,000min-1 (ve=100mmin) | CEREN= 800min-! (ve=100mmin) | CEEEIN= 640min-1 (ve=100mimin)
~7/~125/ 690/ 0.17 ~8.5| ~16| 640/ 0.20 ~7 ~20| 430 | 0.17 ~85| ~25| 410 | 0.20
7~18| ~8| 530/ 0.13 |8.5~21| ~11| 480| 0.15 | 7~21| ~12| 330 | 0.13 |8.5~24| ~15| 310 | 0.15 %ﬁ%mns
18~29| ~5| 410/ 0.10 | 21~34) ~6| 380| 0.12 | 21~42| ~8| 250 | 0.10 | 24~50| ~10| 250 | 0.12 | FC FCD
OE:ENn=2,040min"1 (ve=160mmin) | EEREIN=1,590min"! (ve=160mmin) | EEEEIN=1,270min-! (ve=160mmin) | EEEELN=1,020min- (ve=160mmin)

[Note] (1) For short flute type, use extra caution regarding the cutting depth.
(2) Please note that the JS Coating does not cause a reaction in conductive touch sensors.
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Recommended Cutting Conditions

o 5% ﬁll ") 7JI] I %ﬁ: Cutting condition for slotting.

O FHIIMISMEGE2SEICEEEIIT0%EBRELTTEL,
@ YHAAREIITL2M A FHIRLaTOYIHIZHRELET,

* Refer to the cutting conditions for shoulder milling and set the feed rate to 70% of the value as general criteria.
« It is recommended that the cutting depth be set within the full 2 inserts region £a.

o 1@%47]” I%ﬁ: Cutting condition for ramping

® FBHIVIMI&EESEIER)EEIR.70%EHBRELTTEL,

O MUNHIRFOEMAEOII LU T2 #HRBLET,
ChECABEMIKTHRMENT . TERFICHASHOIGED HIREKRTY

® 40HRCUL ETOERAEIZ1 LI TFISERELTTFELY,

« Refer to the cutting conditions for shoulder milling and set the feed rate to 70% of the value as general criteria.

* When cutting steel, it is recommended that the ramp angle 6 is 3°or less. With angles larger than this there is a
danger of the cut chips not breaking off and sticking to the tool body.

* For hardnesses higher than 40HRC, the ramp angle should be set to 1° or less.

O KUIVINISK{¥F cutting condition for drilling

@ AMIFZhITEROESUTICTSEATEN /A 40HRCU ETORMIICIZ AUDIRBITEERALTT
S,

©® YVUKTPEDI=DRATvTENEIT>TTEL,

@ VKT EDEDH. T7—7O0—-%FEALESGSIMITLTTEL,

@ YT HELOARARVEBIGEEIHIETO T B LRLEERLTITERATEL,

@ 5112917.21.26.33MDAHIM. AHJL. AHJL-RSIZ. W LERICp 1 IR EE DD TR T,

KR FIIE—HEEMETT,

Red indicates primary recommended grade.

TEZEDC Tool dia.(mm)
" HIEMTE | YHLRE
Wofﬂjz?;rial Recommended Vc(m;;in) n (D] 6'¢ ]_7 o (DEO’(DE_] - ¢25’¢2_6
grade Cutting speed IED Feed | AT W step XD Feed | AT W step 1ED Feed | AT WS step
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm)

— i s #JS4060 | 449 110 0.2 120 0.3 120 0.3
Steels for general structure JS4045
SS(=180HB) PTH30E |(140~220)| @#¥n=3,580min-" @#&#n=2,870min-1 @#&#n=2,290min1
REM-a%E Js4060 | 160 100 | o2 100 | o3 100 | 03

arbon Steels oy Steels
S.C SCM(180~300HB)| JS4045 |(120~200)| @#5%n=3,180min-" @#EEN=2,550min"" @#EEn=2,040min-"
P 100 40 | o015 50 | 0.25 50 | 025
Carbon Steels & Alloy Steels
S-C SCM(30~40HRC) JP4120 1 (70~120) @#$N=1,990min-! @##N=1,590min-! @##N=1,270min-!
27V UM JS4045 | 100 60 | 015 60 | 0.25 60 | 025
sus PTH30E | (80~120) | @#&%n=1,990min-" @&G%n=1,590min-! @&%n=1,270min!
ik 160 130 | 03 130 | 05 120 | 05
Cast Irons PTH1 3S
FC FCD (120~200)| @a#mEkn=3,180min-! @#E#N=2,550min"" @EE#N=2,040min""

[(EE] ()ENHIORHS LEERESEIC NIEORRICEDETHEELTTEL,

(@)IST—FTA VI BBERY vF /I —[CRIBLEFBADTTERELEEL,

(B VT —PRIRFRHICTVBEDERIC I DIIEZERALEL T EE L,

(DBHUIID K FLRREMUERZEZE S . NESHDVIEBICA>TAREE
EHBNHDHOE T DT, SEAICKEL TR ZDARICR2H/—ZWbfFFR
EOHREDREEZEALC. REFRF CEESNDBZBRMVELET .

(B) KBRS AKDBNDHDOE T DTHEALIENTTEL,

conductive touch sensors.

1) Choose the best cutting condition from above table.

2) Please note that the JS Coating does not cause a reaction in
)
)

In order to avoid of insert breakage, please change insert earlier.
The steel chips may cause cuts, bums or damages to eyes.

Be sure to install the safty cover around the tool and wear the safty

glasses when carring out any works.

(5) Please don't use cutting oil as coolant. (It may be cause of fire.)




(o] 7057:/7."]1%14: Cutting condition for plunging

® FUILINTRHEESEISEK)EEL 150~180%FBRELTTEL,
@ X7 TENIFETY,

® Ev771—Kpf=0.5DC.EHEIAHBaeld TRESHULTTELY,

* Refer to the cutting conditions for drilling and set feed rate at 150% to 180% as general criteria. ©
+ Step feed is not necessary.
+ Pick feed pf =0.5DC; Refer to the table below for diametrical cutting amount de. (mm) (),
mm
DC

TERDC Tooldia.| 16,017 |920,021 | 925,026 |¢32,033| ¢40 ¢50

ZEAmYLAGEae

= Radial depth P 45 6 7.5 8.5 7.5 8.5 S

O ’\U 77)1’7?&“'%14: Cutting condition for helical boring

® FHIMIEHESEISK)REIZ 70%EHRELTTEL,
@ TEEDCICHITHAUHIVAEPDHIZ1.2DC~1.8DCTT,
@ YT BREDDH . I7 -7 O-%ERALENSMILTTE,

* Refer to the cutting conditions for shoulder milling and set the feed rate to 70% of the value as general
criteria.

* The helical hole diameter ¢ DH for a tool diameter DC is 1.2DC to 1.8DC.

* Boring should be performed while using an air blower to discharge cutting chips.

S RO o P!

" Heikal comrods. - - Ramp Angle

e eentese ¢ D= ¢ D H D Cﬂﬁ?ﬂﬂ] Dn=1.2~1.8DC B r[><<Z7Dt+ P
Ramp angle o ——

-TE 1 AYOOIAHE
gt’tir;g.lamnoﬁt?g)to%]ljgggf P=Tl’ X¢Dtxtan9

* The drill hole depth h should be less than the one half the tool diameter. In addition, for materials with hardnesses of 40HRC or
higher, helical boring should be performed.

* To allow the cut chips to break off, step feed should be performed.

* An air blower should be used while machining to remove chips.

« Since the cut chips may fly off in unexpected directions, take appropriate safety measures when machining.

+ For AHJM, AHJL, and AHJL-RS with flute diameters of 17, 21, 26, and 33, a column with a diameter of about ¢1 will be left in
the center of the hole.

h=0.5DC

!

TE®RDC Tool dia.(mm)
032,033 @40 @50 R .
1D Feed AT step 1D Feed ATV step JED Feed ATV step Work material
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm)
90 0.3 70 0.3 60 0.3 —h SR
Steels for general structure
D#EEN=1,790min"" O#En=1,430min-" D#EREN=1,150min"1 SS(=180HB)
80 | o3 60 | 03 50 | 03 KR A28
Carbon Steels & Alloy Steels
D#EREN=1,590min-1 O#n=1,270min-" D#EREN=1,020min"" S-C SCM(180~300HB)
0 | 025 30 | o025 25 | 025 |mm@moasd
Carbon Steels & Alloy Steels
D n=1,000min-" O#E#n= 800min-1 O&EGEHn= 640min-! S-C SCM(SOV~4OHRC)
50 | 025 0 | o025 30 | 025 |zFvLzE
Stainless Steels
@&EEn=1,000min-! OEEN= 800min-! O#EN= 640min-! SuUs
170 | o5 75 | 05 60 | 05 e
Cast Irons
DEHNn=1,590min"" O&#Nn=1,270min-" DEHNn=1,020min-" FC FCD




MOLDINO

The Edge To Innovation

K. REDT—FIFHABRIERD—FITHD (RIHMETIEHB DO FH A
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.
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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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