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Technology

JM4160 JP4105 ;1.%—.
JS4045 JP4120 jJuI
E - I ) , g | - @

# R ZFULA# TUN—KUE BEAOER BeAhE | Applications

A48 IEs AN 45~55HRC 55~62HRC
30~45HRC

Copper Carbon steels Stainless steels Pre-hardened steels Hardened steels Hardened steels
Alloy steels Tool steels Ha&doeﬁgga;tgels 45-55HRC 55-62HRC

AJT—F AT =X wourame

(o) AJ:—7_'477:/ U—ZG)EI%E Features of AJ Coating series REOHRE AJ =549

Layer structure AJ Coating
@ EREX D BDAIZSHEZIEN U e RDAITINRE R Z R
@ MEEFEM - MFYEY I B RUTHEEICEBIE T, BUBRASE Coating structure | T - (KIEH
« Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers. -T2 T %RE
- Excellent wear resistance, chipping resistance, and heat resistance! Welding-resistant and

low-cutting-force coating
o *ﬁ*iﬁﬁ" New technology!!

THAEFEYE
M ES THIC
Bhi-a—71>7
Coating with excellent wear
resistance and

surface layer
O SAIZEDH I—T VIR FENROFRASHEBOBEELICKD. THEFEMEE
MFyE> I EiE!
@ MBBEICEBNEERNROI—T Y IRREDIRAICKDFHIMDBED

ERUTIRIBIMETRUE T,

chipping resistance

+ The new layer with high Al content employs a new composition and optimizes the structure to improve

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

PVD Technology 7|J/\_Hyﬁm'*ﬁlnﬁmﬂulﬁﬁ$jii LJ P4-| 20

Grade for machining pre-hardened or hardened materials

(o] ##E Features

© MEFEEHED/I\S VR ICBNHATBIRRM EHI—FT Y ITAJO—F« VT |DRA
[CRDMEFEM LM F v E> Tz mE ES B3R U,
@ LAMNEL. 30~50HRCOHMDYIRIN T CliEREM LM FvEY T HICEBNET .

- 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.

’ YIEITEaE Cutting performance
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BRAHEIFEEEFENR VBmax (mm)

HIHIEEEE Cutting length (M)

BEDE  stong fields

2 —77 Work material - P21(40HRC)

® 30~50HRCOTUIN\—R$H - BEANEEDLIEIIN TICBWVTENIEI4REZRIBLE T, R TR 100 : ASRT5063R-4
@ HHIRDY A HANZE A O EBERAT VU AHM. L EFMIICBVTHENERERE A f{l‘j—" e : WDNW140520
MERBLET. e s

- Exhibits excellent cutting performance when machining pre-hardened or hardened steels with hardnesses of 30 to 50 HRC. apXae=1X44mm
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steel or precipitation-hardened stainless steels, or for 20T oy
finishing. E—FTNNT single-flute cutting

PVD Technology /4 AT /L AHl>R#4 241 L 4772 JM4A4160

Grade for machining stainless-steel materials
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o #%E Features ’ YHIMEBE Cutting performance

© HMICENCBERMERT I— T ITAJI—T 15 |DRAICED ZAFILAERMED £ GERER comventon
PIRIINTISRU Ci R St v E > Tt Zm ES B R U, g oa
@ MHEEEICENDIAJI—T VT IDRAICKD. AT VU AHRM R DI T THRLET DAl g™ JM4160
HOBEEIERLEL. 2
- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and chipping fgh 0-2
resistance when machining stainless-steel materials. E
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when machining =
stainless steel materials. "‘_RJ 0
R 4 8 12

YIHIRER# cutting length (M)
T —7 work material : SUS304

REDE stong fields FEFITE oo - ASRS2032R-5
— s A ean : EPMTOG03EN-BLF
©® AT VL AHRMEIDINTEMRICHNTREFMZERIELET . t]J;'IJ%# Cuting condiions :

ve=180m/min  fz=0.5mm/t
apXae=0.8X21mm

SEICIT wet

E—FHNTL single-fiute cutting

« Provides long tool life for general processing of stainless steel materials
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PVD Technology

Grade o mchi JP4 105

high-hardness materials

o :ﬁE Features

® M EF M ICENCEBMABEEMEHR I -T2V ITAJO—T1 VT IDORAICKD
MEFE S Zm LS EE L.
® S50HRC~DEEEM OYIHII L Tl EFEICEBNET T,

- 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.

o f‘% §ﬁ2§ Strong fields

@ EANM(50~60HRC):SKD11,5KD61,SKH,SUS420%%
+ Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc.

w-HNIBHE 154045

(o) :F#E Features

@ MAMICENZI—TVIBROTEAICKD. BRERMICTRET DIV —IERER
WUE U,
@ MZFMOBEVEEEMORAICED. EROETNHMERUIESHICENET,

PVD Technology

WEEETH Cutting

performance ‘

@ HICEXNITICBVLTRESRIENE T,

- JS4045 adopts heat resistant layer, reduces the crater wear by high-efficiency cutting.
« JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
- Especially improves tool life on dry cutting.

(o) ‘Tgf ?é:ﬁ!% Strong fields

€06
£
S 04 el JP4105
Il
W
& 0.2
=)
b
#
X o
g 5 10 15
EDHIFERE Cutting length (M)
T —2 Work material - SKD11(6THRC)
fEATE o0 : ASRS2032-5
AP —b inset : EPNWO603TN-8
BIHIZRAEF cuting conditions *
ve=80m/min fz=0.2mm/t
apXae=0.5X21mm
BRI oy ¥EBE—FNIL single-fute cutting
REO#E#E JSa—74,20
Layer structure JS Coating
&;Eﬁﬁ iCoating stru::ture m%ﬁ(:@hf:
R a—F427
i L Heat resistant layer
S
S THRERERE I BN
e
Wear resistant layer
g Rt b
R
Heat resistant substrate

@ SS#i. SC##. SCMi7EED I5HRCAR EDER: ~ B i TE TDFIMN T,

- continuous and light interrupted cutting of less than 35HRC dry cutting.

BBIEEH carbide

SCM440 (32HRC) DYNHIEABRFER Wear graph after cutting SCM440 (32HRC) ‘

P20 (32HRC) MOENAIEHER#E R wear graph after cutting P20 (32HRC)

Cutting conditions

E 04 1 - EIBISRMEE Cuting conditions g 04 prvmsy=y 1 PIET
% R | JS4045 Wl # | SCM440(32HRC) = Conventionl 1 JS4045 -.|
g 03f-—-- Conventional 77~ ~~"""""~ PE=ssssssss Work Matena\E ASRE063.4 g 03~ ro o e Work Material
g : 3 & = - £ | 3 T
B 02—l A {Y4-MiE | EDNW15T4TN-15 L 0> A R {U%-NEE
w ! [ Eenﬁﬁn;;g 180m/mi w / 1 Insert Model
ve= i
% 01} w-—o" - :L 77777777777 % 77777777777 Cutting Speed © m/min I‘% 0 - A= :L ”””””” % ”””””” E“Egslﬁe?
H | i 1RE00EE | 2= 1.5mm/t H ! ! 19O
B 1 i Speed per flute Bl 1 1 Speed per flute
K o A & | apxae = 1.0 X 42mm K 0 p?
5 . 50 100 150 Cutting depth i “100 0 300 Catting donth
SIHIEERE () Cutting length o) B3 A | Dry(AINMT  &—040H SIHIEBRE () Cutting length e
Coolant Dry cutting Single-flute cutting Coolant”

m-WMTAHE GX2140

CVD Technology

)&

4 | P20(32HRC)
H | ASRS2016R-2

EPNWOB03TN-8
Ve = 180m/min
fz=1.5mm/t

# | apxae = 0.5 X 13mm

5

Dry (Air) ilT
Dry cutting

Single-flute cutting

T4

o 4#& Features

@ BEMEMFYEYTHICBNDFERBIEa-AlORDIRAICKD . TERNFLEDOREFVE

VO =MHELE LI,
© ML RBBEERRORAICKD . MER K CENEEREZXMICINTREEDNE
HENET,

+ Smooth surfaced a-Al20s coating with improved chipping / welding resistance brings less sudden-tool-edge-chipping.
+ Machining efficiency is improved for high-speed,high-feed-rate rough machining by using the hard-layer with fine columnar
structure.

(o) i%§ﬁ¥$ Strong fields
@SS#,SCM#,35HRCKRED TEHD VI TICHE VT BN/l EFEERZERELETT

+ Exhibits superior wear resistance when cutting mild steel, carbon steels, alloy steels and tool steel use with hardnesses of
less than 35HRC.

yer structure

GX Coating

RS
Coating structure

RETE - FEa-AlO:E

Smooth surface and thick a-ALOs layer
TR - TSt

Improved welding resistance and heat resistance

T H—FRALOSEE TR

New anchor-effect Al20s bonding layer

ALOSEDEE LS E

Improved adhesion to Al:Os layer

LIRS E

Hard layer with fine columna: structure|
MREEFEME - it F v E S

Improved wear resistance and chipping resistance

BEEH

Carbide

R RER

Tough substrate
MEARRE - Fo TR E

Improved high toughtness thermal chipping resistance

’ S50C (220HB) DHIAEIZKER#ER Wear graph after cutting S50C(220HB) ‘

P20 (30HRC) DYHIIEABRAER Wear graph after cutting P20(30HRC)

'E 05 - - - YIBISR Cutting conditions E\ 05 f T EDBISRHF cuting conditions

3 o4l R P b ¥ # | S50C(220H8 X 04l oL ¥ # | P20(30HRC

g o BRE —orn] el SS0CE20NE 50 CitkE 1GX2140| B, M J | PROGOHRD)

@ gg| oo A Comentional ~~~ BALIAY ERRILY— | ASRTS063R-4 oY i Conventonal A Convenional | @ #ERtILY— | ASRTE063R-4

> U T j / Holder used > b T T Holder used

= i i 1V9-NUE | WDNW 140520 L i i 1V4%-MUE | WDNW 140520

W 02f------4 T P2 K e Insert Model W o02f--------b- AL mmmmdeeee Insert Model

g ! ! ) Bl & & | ve = 180m/min i3 ! ) W & | ve = 140m/min

1| haet®®T" R | A Cutting Speed I oq|f? e | A Cutting Speed

L ! ' i 1RLDORE | fz = 2.0mm/t o ' i 1NUDORE | fz = 1.4mm/t

B | { ] Speed per iute 32 ! | Speed per flute

H; % 100 200 300 q00 PDBF|apxae=1x44mm Hé % 30 60 50 20 TD2H | Epxae=1x43mm
4KIZE8E (m)  Cutting length ) Bl 5@ A | Drysl T &—3040H) JHIERE (m)  Cutting length DBl R | DryT  &—0tH)

Coolant Dry cutting Single-flute cutting Coolant Dry cutting Single-flute cutting
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Line Up

DI RBRFDADET .
Numeric figure in a circle :: and Alphabetical character comes in a square .

= '\7.779'{7 Shank type

Fig.2 (74—7v M) (Undercut type)
- _ \ Bk T

y 7 ’ g 2

S e § § = §

o LH LS ° °

LF
I7—dE
With air hole
) o & size(mm) MBIN\TT
g d— K [ ’ AR B Y — | A
ltem code Stock qut.es DCX LF DCONMS LH LS Bk Shape| Inserts ?qlgggste&)
retail price

ASRFS4032R | @ | 2 32 150 32 70 80 - Fig.1 45,170
‘17 L¥a5— ASRFS4040R | @ | 3 40 150 42 70 80 |1.4°| ™ 51,620
~, | Regular ASRFS4050R @ | 4 50 150 42 50 100 i 65,930
Z ASRFS4063R (@ | 4 63 150 42 50 100 - 70,970
X ASRFL4032R | @ | 2 32 200 32 120 80 = IFig1 SDNW1205ZDTN-R15| 47,640
PAISVZi ASRFL4040R @ | 3 40 220 42 120 100 |0.6° §11SDMT12052DTN-R15 68,630
§ Long ASRFL4050R | @ | 3 50 250 42 50 200 - Fig2 74,260
% ASRFL4063R @ | 4 63 250 42 50 200 - ' 87,280
% I+2Z2K~50V%4 |ASRFE4032R (@ | 2 32 300 32 180 120 = lrie1 62,060
Extra Long ASRFE4040R @ | 2 40 300 42 180 120 |0.4° & 77,080

Ve a®d - ASRF4:

R M - S EREDADFT.
Numeric figure in a circle :.

S f =

mRI—k  [aE DI B — 1 | ()

Item code Sok| fes [DCX DHUB| LF |CBDP|KWW| b |DCONMS|DCCB Inserts Suggested

retail price (¥)

ASRF4050R-3 |@|3| 5047 |50 19 | 8.4|5 |22.225 17 56,190

ASRF4050R-4 |@|4| 5047 |50 19 | 8.4|5 |22.225/17 68,400

WE{>F | ASRF4063R-3 |@|3| 63/ 60|50 |19 | 8.4|5 |22.225 17 58,780

A |42 [AsRF4063R-4 |@|4 | 63/60| 50 [19 | 8.4|5 [22.22517 71,100

7 |diameter | ASRF4080R-4 |@| 4 | 80|76 | 70 |32 |12.7|8 |31.75 | 26 92,800

. ﬁ'”c"s'ze ASRF4080R-5 |@|5| 80| 76| 70 |32 [12.7/8 [31.75 | 26 107,810
DCou 7 ASRF4100R-5 |@|5[100/96| 70 |32 |12.7|8 |31.75 | 26 [SDNW1205ZDTN-R15| 127,860

o — ASRF4100R-6_| @] 6100] 96| 70 |32 [12.7]8 [31.75 | 26 |SDMT12052DTN-R15| 145,460
/ : 8 | |5 ASRF4050RM-3|@| 3 | 50/ 47|50 [20 [10.4]6.3 [22 |17 56,190
| 7| | § | WS Y | ASRF4050RM-4|@| 4 | 50/ 47 | 50 20 [10.4|6.3 |22 |17 68,400
0% | |© | 21X | asrraos3rM-3|@| 3| 6360 50 |20 [10.4/6.3 |22 |17 58,780
oo giameter | ASRF4063RM-4|@| 4 | 63/ 60| 50 |20 [10.4/6.3 |22 |17 71,100
T =5 With air hole MM SZ® | ASRF4080RM-5|@| 5| 80|76 | 70 |22 [12.4|7 [27 |20 107,810
ASRF4100RM-6|@| 6 [ 100/ 96| 70 [255/14.4/8 [32 |26 145,460

(2] 7—/\BRUIKHEBUZEEA. [Note] Arbor screw is not included.

EEES -

e 95v7R0 9578y h LyF RUBE A EFLEA]
Parts Clamp screw Clamp piece set Wrench anti-sgi%ervev agent
I 7=
Shape & %
it o | BT EH e 2L =T
BEEADYS ,fastening torque @ﬁ*% (tpda) 125*% (IF?) E‘ﬁ*ﬁ (tF?) %ﬁ*ﬁ (tFIda)
Gtz bely (N -m) | reairpries (¥) rtal price (¥) rtail prics (¥) retal price (¥)
262-142 29 870 CM4-141 2,030 105-T15 2,120 P-37 1,010

[FR] 5V TRUIFHERTY, BAREBCIDZREFFELLEIITOTROORBESBVBLET, IS5V TRUBFRL 2AMELET,

[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.
Includes two spare clamp screws.

OF [ IZEEBERTY. @ : Stocked Iltems.



Fig.1 Fig.2
RERIR i *E’ © JU—hg ©
Standard shape R With breaker
s L
i Carbon steels . . . .
M —ARUDE - SR
M SUS% SUS, etc. . General cutting, First recommended
FC-FCD castirons | M N ] © —RREDAY - S
SHEEEAL  Hardened steels . |E| General cutting, Second recommended
S g SE| QR Q| ., F2)\GEHE()
||I-\ g |T\8 III\ g IR j‘;ﬁ Size(mm) Suggested retail price(¥)
N yx 0o L ne Ill 3
BEI— R B 22 86| 29 |8o AR BANDYSY g
ltem code TolcTéigce © =) o o 0 o = Shape Cutter body BXI-F404
S|yl 321318 0 53-7479| CY250
a2 8(3|18|5|%°"°
= = 5 [0} = = O JS Coating
SDNW1205ZDTN-R15 |\ | @ | @ (| @ (@  © © | @ Fig.1 | ASRF S/L/E 43R | 1,450 | 1,310
15 |5.5612.7 ASRF
SDMT1205ZDTN-R15 |M% | @ | @ (| @ | ®@ © © | @ Fig.2 | ASRF 1,450 | 1,310

(FR] GXO—F«J. JSO—F 4+ VIRFEBRY v F VU —ICRIGULFHADTTEELREEL,
[Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

#1&vy7 (35SHRCKHDHH)

Grade map for less than 35HRC

*ﬁﬁ“ﬁ'ﬁ'ﬂﬁﬁ*ZE?‘yj Grade map for work materials

*ﬁﬁu*ﬁ' EEE Work Hardness *ﬁﬁluﬁ EE Work Hardness ?ﬁﬁUMﬁEE Work Hardness

4%1%[:’791‘& Chipping resistance {ELY Low {ELY Low {EL) Low
........................... . T
" ox2140 3| 2 £ 454045
Js404...5. ....................... 711[1 Lo ( - ................ ;
(_Js4045 ) i || ALy P i Gx2140
i | JS4045 i :
ET e P20
R el S JP4105 JP4120 || | JP4120
....... GX2140, . oxzid0 | :
( JS4045 ) ................................ 5 \ \
—EBERE | RRE-5%8  RRE 528 FANE AN AT VU $ER R Sk
(200HBELT) | (BOHRCELT) | (30~45HRC)| (45~50HRC) | (50~60HRC)| SUS FC,FCD
l(\/g\odoilgeésr ) ((:gatﬁ;é‘ﬁl:g)uy steels. Elilagsosr:ese(le:\s Hardened steels Hardened steels Stainless steel materials Cast irons
g*i%-ig D IE®54 _Jj- ‘y 7 High-feed tools lineup
4% E Feature )L Holder A > — B Insert JO45
Rzt WAL | BRE | BEE | X o " i S = R
e Q=% | WpELY | wm | i | LEB \o—pw|  mmREMRS|ZORIATH
Economical | High accuracy | Supports for high- Efficiency (mm) No. of corners Shape e p— (mm)
(No. of comners) | (Lessuncutremnants) | hardened steel (No. of Flutes)
O
; p—— O SAcR - :
TDAN  guen= o) —63hRC | DEEST | g16~40 4 @y 06| 20 | 1.0
multiflutes
©) 06| 20 | 15
ASR %X O SHELT - o : :
Multi-Flutes p ~62HRC H%E%%ciency $16~66 2 0 12| 30 20
multiflutes - . .
ini & O O — -3
ASRF-mini g — © ~62HRC 5&@ General ¢20 63 4 - 07 2.0 1.2
O O _ -
ASH . ~6OHRC | U Generat| $20~100) 2 - 08~15
S 5 — 3.0
ASRT ‘ O ~62H RC iﬂ.ﬁ General ¢ 25"‘1 OO 3 @ 09~1 4 2.0
O O -
ASRF ' © 6OURC | U Goners| $32~100| 4 @ 12| 45
o O 14 1.5
TD6N _g ~50HRC | 15 donerr| 950~125| 6 | B @ 14 30
i O O _ 12 & 1.2
TRaF £ © ~B0HRC | A Generat| $32~125 4 . 15 20

XEEUSHCBRMIATEZZHS AV F v IUTHBDET,
XTEAFROFHRICDOVTIRHEENYOT X IIN—LR—I THEEZSELILE T,

Various other tools for roughing are also available.

For more information on tool specifications, please refer to our general catalog or visit our website. (http://www.moldino.com)




LB1

38‘
|

(T 7 =74 with air hole)

M10 M16
A A
16| == %:::::::::: 24| == #::::::::::
10 25 16 35
(T 7 =7t With air hole)

PBmES 1 100-174
Parts

mES 1 100-213
Parts

. <t & Size(mm) . FE/\GT
AmI— R T ’ BR(kel) |[7-)\BRL| EAHYY % ()
Iltem code Stock DCONWS| THSZWS | LB1 BD1 Weight | Arbor screw Cutter body regﬁg’?r?s;e(dw
BT50-22.225- 50-50 [ ] 50 4.3 54,200
BT50-22.225-100-50 (] 100 5.0 64,290
BT50-22.225-150-50 @ [22.225| M10 150 47 5.7 | 100-174 | ASRF4050R- 66,280
BT50-22.225-200-50 (] 200 6.4 77,080
BT50-22.225-250-50 [ ] 250 7.1 87,750
BT50-22.225- 50-63 [ 50 4.8 54,200
BT50-22.225-100-63 (] 100 5.9 64,290
BT50-22.225-150-63 (] 150 7.0 66,280
BT50-22.225-200-63 @ | 22225 M10 550 | 60 g.1 | 100174 | ASRRA0B3R- 700 0g0
BT50-22.225-250-63 o 250 9.3 87,750
BT50-22.225-350-63 (] 350 11.5 110,620
BT50-31.75- 7-80 (] 7 4.2 51,620
BT50-31.75- 80-80 (] 80 6.8 56,780
BT50-31.75-130-80 (] 130 8.5 . 67,110
BT50-31.75-180-80 o | 317 M6 gy | 76 102 | 100-213 | ASRFAO80R- 68,750
BT50-31.75-260-80 (] 260 12.9 83,870
BT50-31.75-330-80 (] 330 15.4 109,450
BT50-31.75- 7-100 { 7 4.2 51,620
BT50-31.75- 80-100 { 80 8.3 56,780
BT50-31.75-130-100 130 111 -
BT50-31.75-180-100 @ | 3175 | M16 g0 | 96 [q43g | 100213 | ASRF4100R- " ™54 960
BT50-31.75-260-100 (] 260 18.4 91,860
BT50-31.75-330-100 (] 330 22.4 110,620
[FE] Ay B0 7—/NBRLE. P—NICHBLTHEDOFEITH. AvIREICHABLTEDFEA.
[Note] The arbor screw for attaching the cutter is included with the arbor, but is not included with the cutters themselves.

5“%7_, \“mnuwgBE-ﬂg,% Parts for optional arbor screws

7—I\ERU M10 7—I\BERU Mi12 7—I\BRU M16

Arbor screw t Arbor screw 4t Arbor screw 2

16‘ H:x::::::: 18 ——l—gﬁ-@:—:%: 24 | 44— ‘t T
"] o5 12| 28 16| 35

(7 —7T With air hole)

(T7 =7 with air hole)

(T 7 =74 with air hole)

MEBI\TT mEBI\T MEB\TT
BRAY S &) (| ERAvY s || EHEHyS A& ()
Gutter body oafcshy | Outter body nouffinhy) | Outter body noatBosh
ASRF4050R(M)-"+ | 4 00 i ASRF4080R- )
ASRF4063R(M)- 100-178 | 1,760 | ASRF4080RM-_: | 100-179 | 1,760 ASRF4100R(M)-(" 100-180 | 1,760
CER] BUNAICIT—. YIEERZHET 2B8F L7 —/\BRUZCERATEV. Dy FERFICINBLTEDEEA.

P=I\IBORUTE. EVY—RI—EULTZDIXERATEXT,

When supplying air and cutting agent to each flute, please use the arbor screws listed above. They are not included with the cutters themselves.

Even with the screws included with the arbor, the arbor can be used as it is for center through.

OF [ IZEEBERTY. @ : Stocked Iltems.

D RILEERTY,

No Mark : Manufactured upon request only.



REYIHIRAR

Recommended cutting conditions

MIRFIFE—HIRMIET I, Red indicates primary recommended grade.

I8#&EDCX ?32(24279)2 flutes P40 (3HFH)3 futes @50 (447)4 flutes

Wjﬁfgal Fff‘f:fﬁ EHLE <3DCX |3pcx |5DCX <3DCX |3pcx |5DCX <3DCX  |3pcx|5DCx
e e B e e i e e e

S | a2 | 5DCX | 7DCX Senaa | Fgnd| 5DCX | 7DCX o | Fighsead | 5DCX | 7DCX
n(min?) | 1,490 | 1,990 | 1,490 | 1,290 | 900 |1,190 | 1,590 |1,190| 1,030 | 720 | 950 |1,270| 950 | 830 | 570
. ve(m/min) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
— RS | Gx2140 | ve (mmimin)| 4,470 | 7,160 | 4,470 | 3,870 | 2,700 | 5,360 | 8,590 | 5,360 | 4,640 | 3,240 | 5,700 | 9,140 | 5,700 | 4,980 | 3,420
Mild steels JS4060 |f(mmt) | 1.5 | 1.8 | 1.5 | 15 | 1.5 | 15 | 1.8 | 15| 15| 15| 1.5 | 1.8 | 1.5 | 15 | 15
(200HBIXT) | JS4045 | (mm) 10| 08| 07| 05| 05| 10| 08| 07| 05| 05| 1.5 | 1.2 | 1.1 | 0.8 | 0.8
a0 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q(cm¥min)| 116 | 149 | 81 | 50 | 35 | 172 | 220 | 120 | 74 | 52 | 342 | 439 | 251 | 159 | 109
n(min") | 1,490 1,990 | 1,490 | 1,290 | 900 | 1,190 | 1,590 | 1,190 | 1,030 | 720 | 950 |1,270| 950 | 830 | 570
N ve(m/min) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
BRI S | 532140 [vr (mmimin)| 2,080 4,780 | 2,980 | 2,580 | 1,800 | 3,570 | 5,720 | 3,570 | 3,090 | 2,160 5,700 | 9,140 | 5,700 | 4,980 | 3,420
Carbon steels | ;54060 7, (mmty | 1.0 | 1.2 | 1.0 | 1.0 | 1.0 | 10 | 1.2 | 1.0 | 1.0 | 10| 15| 1.8 | 15 | 15 | 15
Alloy steels | 154045 [ap (mm) 10| 08 07 | 05| 05| 10| 08| 07 | 05| 05| 15| 12 | 11 | 08 | 0.8
(35HRCLIT) ae (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q(cm¥min)| 77 | 99 | 54 | 34 | 23 | 114 | 146 | 80 | 49 | 35 | 342 | 439 | 251 | 159 | 109
n(min") | 900 |1,190| 900 | 780 | 540 | 720 | 950 | 720 | 620 | 430 | 570 | 760 | 570 | 500 | 340
N ve(mimin) | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54
RRIEEM | 14120 [ s (mmimin)| 1,440 | 2,380 | 1,440 | 1,250 | 860 | 1,730 | 2,850 | 1,730 | 1,490 | 1,030 | 1,820 | 3,040 | 1,820 | 1,600 | 1,090
Carbon steels | ;54045 |7, (mmt) | 0.8 | 1.0 | 08 | 08 | 0.8 | 0.8 | 1.0 | 0.8 | 08| 08| 08 | 1.0 | 0.8 | 0.8 | 0.8
Alloy steels | 54060 [ap (mm) 1.0/ 08 07| 05| 05| 1.0 08 07| 05| 05| 15| 1.2 | 1.1 | 08| 0.8
(35~45HRC) 2 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q(cm¥min)] 37 | 50 | 26 | 16 | 11 | 55 | 73 | 30 | 24 | 16 | 109 | 146 | 80 | 51 | 35
n(min") | 990 |1,320| 990 | 870 | 600 | 800 |1,060| 800 | 690 | 480 | 640 | 850 | 640 | 550 | 380
ve(m/min) | 100 | 133 | 100 | 87 | 60 | 100 | 133 | 100 | 87 | 60 | 100 | 133 | 100 | 87 | 60
27U v (mm/min)| 1,580 | 2,640 | 1,580 | 1,390 | 960 | 1,920 | 3,180 | 1,920 | 1,660 | 1,150 | 2,050 | 3,400 | 2,050 | 1,760 | 1,220
Stainless steels | JM4160 [fz(mmity | 0.8 | 1.0 | 0.8 | 08 | 08 | 08 | 1.0 | 08 | 0.8 | 0.8 | 0.8 | 1.0 | 0.8 | 0.8 | 0.8
sus ap (mm) 12 | 10| 08| 06| 06| 1.2 | 10| 08| 06| 06| 1.5 | 1.2 | 1.1 | 0.8 | 0.8
2 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q(cmmin)| 49 | 69 | 33 | 22 | 15 | 74 | 102 | 49 | 32 | 22 | 123 | 163 | 90 | 56 | 39
n(min") | 1,490 | 1,990 | 1,490 | 1,290 | 900 | 1,190 1,590 | 1,190 | 1,030 | 720 | 950 |1,270| 950 | 830 | 570
ve(m/min) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
Pk GX2140 [vt (mm/min)| 4,470 | 7,160 | 4,470 | 3,870 | 2,700 | 7,140 [11,450| 7,140 | 6,180 | 4,320 | 7,600 |12,190 7,600 | 6,640 | 4,560
Castirons JS4045 [fmmit) | 15 | 1.8 | 15 | 15 | 15 | 20 | 24 | 20 | 20 | 20 | 20 | 24 | 20 | 20 | 2.0
FC, FCD JP4120 [ap (mm) 15| 12| 11| 08| 08| 15| 12| 11 | 08| 08| 20 | 1.6 | 1.4 | 1.0 | 1.0
a6 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q(cmimin)| 174 | 223 | 128 | 80 | 56 | 343 | 440 | 251 | 158 | 111 | 608 | 780 | 426 | 266 | 182
n(min") | 900 |1,190| 900 | 780 | 540 | 720 | 950 | 720 | 620 | 430 | 570 | 760 | 570 | 500 | 340
ve(mimin) | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54
155 A NEH vi (mm/min)| 360 | 480 | 360 | 310 | 220 | 430 | 570 | 430 | 370 | 260 | 460 | 610 | 460 | 400 | 270
Hardened steels | JP4120 |fz(mmit) | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20
(45~55HRC) ap (mm) 1.0 | 08| 07| 05| 05| 10| 08| 07| 05| 05| 1.0 | 0.8 | 0.7 | 05 | 05
a6 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Qemimin)l 9 | 10| 7 | 4 | 3 | 14| 15 | 10| 6 | 4 | 18| 20 | 13| 8 | 5
n(min) | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 410 | 290 | 380 | 510 | 380 | 330 | 230
ve(m/min) | 60 | 80 | 60 | 52 | 36 | 60 | 80 | 60 | 52 | 36 | 60 | 80 | 60 | 52 | 36
AN vi(mm/min)| 60 | 160 | 120 | 100 | 70 | 70 | 190 | 140 | 120 | 90 | 80 | 200 | 150 | 130 | 90
Hardened steels | JP4105 |fz (mmit) 0.05 | 0.10 | 0.10 | 0.10 | 0.10 | 0.05 | 0.10 | 0.10 | 0.10 | 0.10 | 0.05 | 0.10 | 0.10 | 0.10 | 0.10
(55~B0HRC) ap (mm) 05| 04| 04| 03| 03| 05| 04| 04| 03| 03| 05| 04| 04 | 03| 03
2 (mm) 26 | 26 | 26 | 26 | 26 | 32 | 32 | 32 | 32 | 32 | 40 | 40 | 40 | 40 | 40
Q (cm¥min)| 1 2 | 1 1 1 1 2 | 2 | 1 1 2 | 3| 2 | 2| 1

BAYIDAH
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Maximum
cutting
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Major cutting edge
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Recommended cutting conditions

I%Zl%d%(.:x »B3 (4 H) 4 flutes @80 (5#H)5 flutes @100 (6#H)6 flutes
HEId | HEEME o o <3DCX  |3pcx | 5pex <3DCX  |apcx | 5pCx <8DCX  |3pcex|spex
e ’gﬁ,};f nm [manr| S | 0K mm [menr| | S 1>0X| mm [menr| S| S |>700K
S |Hosd| SDCX | 7DCX et | Wt | SDCX | 7DCX e | M| 5DCX | 7DCX
7 (min) 760 |1,010| 760 | 660 | 450 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 410 | 290
» ve(mimin) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
—HRHEEFISE | Gx2140 | v (mmimin) | 4,560 | 7,270 | 4,560 | 3,960 | 2,700 | 4,500 | 7,200 | 4,500 | 3,900 | 2,700 | 4,320 | 6,910 | 4,320 | 3,690 | 2,610
Mild steels JS4060 |F=(mmit) 15| 18| 15 | 15| 16| 15| 1.8 | 15| 15 | 15| 15| 1.8 | 15| 15 | 15
(200HBLIT) | Js4045 |a» (mm) 15| 12| 11 | 08| 08| 15| 12 | 11| 08 | 08 | 15| 1.2 | 11| 08 | 08
20 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Q(cm¥min) | 342 | 436 | 251 | 158 | 108 | 432 | 553 | 317 | 200 | 138 | 518 | 663 | 380 | 236 | 167
7 (min) 760 |1,010| 760 | 660 | 450 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 410 | 290
N ve(mimin) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
BRI EEM | 532140 [vr (mmimin) 4,560 | 7,270 4,560 | 3,960 | 2,700 | 4,500 | 7,200 4,500 3,900 | 2,700 | 4,820 | 6,910 | 4,320 | 3,690 | 2,610
Carbon steels | ;54060 [, (mmit) 15| 18| 15 | 15| 16| 15| 18 | 15| 15 | 15| 15| 1.8 | 15| 15 | 15
Alloy steels | 154045 | ap (mm) 15 | 1.2 | 11 | 08 | 08| 1.5 | 1.2 | 1.1 | 08| 08 | 15| 1.2 | 11 | 08 | 0.8
(85HRCLIT) a6 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Q(cm¥min) | 342 | 436 | 251 | 158 | 108 | 432 | 553 | 317 | 200 | 138 | 518 | 663 | 380 | 236 | 167
7 (min) 450 | 610 | 450 | 390 | 270 | 360 | 480 | 360 | 310 | 210 | 290 | 380 | 290 | 220 | 170
e A ve(mimin) | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 68 | 54
RERE-EZH | 4120 [ 1 (mmimin) |1,440 | 2,440 1,440 | 1,250 | 860 | 1,440 | 2,400 | 1,440 | 1,240 | 840 | 1,390 | 2,280 | 1,390 | 1,060 | 820
Carbon steels | ;54045 (7, (mmit) 08 | 10 | 08| 08 | 08| 08| 10 | 08 | 08| 08| 08 | 1.0 | 08 | 0.8 | 0.8
’(*g%yjf;';ﬁc) JS4060 |[ap (mm) 15| 12| 11| 08| 08| 15| 12 | 1.1 | 08| 08 | 15 | 1.2 | 1.1 | 08 | 0.8
a0 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Q(cm?min) | 108 | 146 | 79 | 50 | 34 | 138 | 184 | 101 | 63 | 43 | 167 | 219 | 122 | 68 | 52
7 (min) 510 | 670 | 510 | 440 | 300 | 400 | 530 | 400 | 350 | 240 | 320 | 420 | 320 | 280 | 190
ve(mimin) | 100 | 133 | 100 | 87 | 60 | 100 | 133 | 100 | 87 | 60 | 100 | 133 | 100 | 87 | 60
27V v (mmimin) | 1,630 | 2,680 | 1,630 | 1,410| 960 | 1,600 | 2,650 | 1,600 | 1,400 | 960 | 1,540 | 2,520 | 1,540 | 1,340 | 910
Stainless steels | JM4160 [z (mmit) 08 | 10| 08| 08| 08| 08 | 10| 08 | 08| 08| 08| 1.0 | 08 | 0.8 | 08
sus ap (mm) 15| 12| 11 | 08| 08| 15| 1.2 | 11| 08| 08| 15| 1.2 | 11| 08 | 08
2 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Q(cmmin) | 122 | 161 | 90 | 56 | 38 | 154 | 204 | 113 | 72 | 49 | 185 | 242 | 136 | 86 | 58
7 (min) 760 |1,010| 760 | 660 | 450 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 410 | 290
ve(mimin) | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90 | 150 | 200 | 150 | 130 | 90
ik GX2140 [vi (mmimin) | 6,080 | 9,700 | 6,080 | 5,280 | 3,600 | 6,000 | 9,600 | 6,000 | 5,200 | 3,600 | 5,760 | 9,220 | 5,760 | 4,920 | 3,480
Cast irons JS4045 |, (mmi) 20 | 24 | 20| 20| 20| 20 | 24 | 20 | 20| 20| 20 | 24 | 20 | 20| 2.0
FC, FCD JP4120 [ap (mm) 20| 16| 14| 10| 10| 20| 16| 1.4 | 10| 10| 20| 16 | 1.4 | 10| 1.0
a0 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Q(cm¥min) | 608 | 776 | 426 | 264 | 180 | 768 | 983 | 538 | 333 | 230 | 922 | 1180 645 | 394 | 278
7 (min) 450 | 610 | 450 | 390 | 270 | 360 | 480 | 360 | 310 | 210 | 290 | 380 | 290 | 250 | 170
ve(mimin) | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54 | 90 | 120 | 90 | 78 | 54
1A NS vi (mm/min) | 360 | 490 | 360 | 310 | 220 | 360 | 480 | 360 | 310 | 210 | 350 | 460 | 350 | 300 | 200
Hardened steels | JP4120 [fz(mmit) | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20
(45~55HRC) ap (mm) 1.0 | 08| 07 | 05| 05| 10| 08 | 07| 05| 05| 1.0 | 08| 07 | 05 | 05
2 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Qcm¥min) | 18 | 20 | 13 | 8 | 6 | 23 | 25 | 16 | 10 | 7 | 28 | 29 | 20 | 12 | 8
7 (min) 300 | 400 | 300 | 260 | 180 | 240 | 320 | 240 | 210 | 140 | 190 | 250 | 190 | 170 | 110
ve(mimin) | 60 | 80 | 60 | 52 | 36 | 60 | 80 | 60 | 52 | 36 | 60 | 80 | 60 | 52 | 36
FEATEH v (mm/min) | 60 | 160 | 120 | 100 | 70 | 60 | 160 | 120 | 110 | 70 | 60 | 150 | 110 | 100 | 70
Hardened steels | JP4105 |fz(mmit) | 0.05 | 0.10 | 0.10 | 0.10 | 0.10 | 0.05 | 0.10 | 0.10 | 0.10 | 0.10 | 0.05 | 0.10 | 0.10 | 0.10 | 0.10
(55~B0HRC) ap (mm) 05| 04| 04| 03| 03| 05| 04| 04 | 03| 03| 05| 04 | 04| 03] 03
2 (mm) 50 | 50 | 50 | 50 | 50 | 64 | 64 | 64 | 64 | 64 | 80 | 80 | 80 | 80 | 80
Qem¥ming | 2 | 3 | 2 | 2 | 1| 2| 4| 3 2| 1| 2| 5| 4| 2| 2

[EE] 1. ZOMHIEERITBIREOBRERTENTY . REEOIMT TN TRIIX, B EREREIC L) RAERBEL T,
(WTHIEREIFREELREEISDCXLU T DIHFE . ve=180~200m/min, REHLREEIDCXLL EDIHE . ve=90~130m/minZ B RIZTERE I, )
GXOA—T 1> JSTA—T 1 T IBBBERZyF Y —ICRISLER ADTTEBL LS,
[JP4105] 3 SEEHEAME T EMICITBLE LA,
ZOTI B BCEVIWKTHHHINE T Lo T K TIAARIC LD T EBIERAIE D b T TICL BT REEEFT TS,
IT7OHENIDE RECRIL L ZZI—AREHELET, (R~ = T2 2 EBFvETAIITEOTICTRIBICIE. 5 TEE TN
EANIOBZE . BRI+ A EEITHRRE TV RELLEIV FIRETH D LR DIAERTIIEEHEDOVELET,
HEHU D0 T 13 REILEEE B3 AN EHDVVIBICA-TEBIEZBRAN HNET O T, ZERICEL TEZORBICE2DN—ERF REDI REDRE
BEBEAL T R RETIERSNB e BRVARLET,
A —hORHS BEHICITVBEDERICIBIEBERIEL T8,
TR HAIRFRE L A2 DY THEH E QERLET

Q(cm3/min) =ap(mm) Xae (mm) Xvi(mm/min) /1000

oo ALN

© N

[Note] 1. These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
(If the overhang is 3DCX or less, the recommended cutting speed is ve=180~200m/min; 3DCX or more : ve=90~130m/min.)
Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
[JP4105 Jinsert's grade specialized in High hardened steels is not suitable for Non-heat-treated steel material.
The thick and heavy chips are generated by using this tool. Be sure to remove them with air blow in
order to avoid any breakage by blocking with chips.
The recommended method is "Spindle center through" when blowing air. (Pay attention when removing chips in cavity work with the machining center <vertical type>.)
Before carrying out the work without any workers, be sure to remove the chips and confirm the safe condition for cutting.
The steel chips may cause cuts, burns or damages to eyes. Be sure to install the safety cover around the tool and wear the safety glasses when carrying out any works.
Replace the insert in good time to avoid any breakage of the tools because of wear and tear.
The following formula shows the metal removal rate (Q) per unit time.
Q(cm3/min)=ap(mm)Xae(mm)Xvf(mm/min)/1000

roN

PNoOO
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Cutting performance

|BE (01 ASRFEODHKK

Features

Features of ASRF type

TER&ZDCX (mm) Tool dia.

@ FERVUMITEET. B2 ASRs20—F 4 o 10 20 30 40 50 6 8 100 125
(1% —1F) &ARICEET 543 —FASRF e |
fiee 32~¢100F CrEmIEBL £ L7, Z R 100
- 4-corner ASRF type with diameters of ¢32 to@100mm have
been added to the regular product lineup, offering deep cutting <M
capability as well as specifications greatly surpassing those of §.
2-corner ASR type inserts. g (-
3 [ —_—
€
E
i\
i 43—7
= la=2.0ft1]
B 4-corner
] (ap=2.0 specifications)
0] BERASROEYTEIZIZAMKEL 4T—FHHHELELL,
i 4-corners specifications with major cutting edge shape almost identical to that of conventional ASR type.
FUNHA
Major cutting edge
@ FVWIMITHEIC.FEF—EDAEFC.RE
U-EBEERMITHERE T, N

- With ASRF : Even for deep cutting, stable, high-performance
machining with an almost constant load is possible.

02 EABAEEOA Y- MEBERLLTEBLELL,

Select from two types of inserts available as standard products.

Bl =55 K (€ ey

Standard type Low-resistance breaker type
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Cutting performance

03 7D75L\L®ﬂ§'ﬁﬁ3ﬁﬁ§§ﬁ}f Method for defining conditions of insert tip programmatically
©® TRUIMIEETRESEISEUDI—FRELTTATFLEER TS,

+ For roughing, please create a program with corner R values close to those shown as references below.

J—7FR4.5TRELIES

When corner R is set to 4.5:

J—FREXELHKELES

When corner R is set larger:

: RIEOBMOMR RIEORMOMR
/ Surplus for Surplus for BLIAHE
1 next process next process Over Cut
HIbEULE
Remainder
B®A0.83mm HID7ZLE

Maximum of 0.83mm Remains

Joo35

Eyﬁ‘R45 Programming R4.5 7D 755‘/7R Programming R

Actual

BIBELA YTy —FRAETTOTS LZRELTTEL.
A>Ty I—FRA.EDBEBLAHEEDIE A

Normally, you should create a program with an input corner R of approximately 4.5.

ELIRZRELRET DECRLVIAHDRELTTH . BLIAHFEDR
TEOERDOALATHENIMIARICERESL . HIDEULEZ ML
MADENHFRET .

At an approximate input corner R of 4.5, there is no overcutting.

HID5%EL

Although overcutting occurs when the approximate R is set to higher values,
if the overcutting is within the surplus for the next process, there is no problem
with the cutting shape and the amount of remainder can be suppressed.

1
1
Remainder : gb\ﬁaf
HID7EL 1 Overcutting
Remainder : iéjIJD§§lJ
RED : Remainder
NITmE \ !
1
1

cutting
SRS 7Dﬁ§bJ:(D7JDIE Cutting surface in program
A\ J
(mm)
JOJS=XVJR
S R4.5 R5 R5.5 R6 R6.5
HIbk U= 0.83UF 0 83 or less 0.69LUF 0 69 or less 0.55LAF 0.55 or less 0.42LAF 0.42 or less 0.3LATF 0.3 0r less
Remainder (61=22.1°) (61=20.6") 61=19% 61=17.1°) (61=14.9°)
ﬁb\ﬂa}% @b 0071—,{—': 0.07 or less 02]:)\1: 0.2 or less 0.37LAF 0.37 or less 0.55LAF 0.55 or less
Overcutting No overcutting (62=75.3") (62=67.7°) (62=63.1°) (62=60°)

[FE]OBLAH. HIDKUERMIFRICEDEEDFT ., LEEREBRABERLET,
@6 DfEIF. BLYAH. HIDKULENENZNRKXICEDHEOD. NTHEHOFEZRLET,
[Note] @Overcutting and remainder vary according to the processing shape. The values in the table above are maximum values.
(@The values of 8 shown are the slopes of the processing surfaces when overcutting and remainder are at their maximum respective values.

BIZIXTOISZVIRETIOIS LhERELIIBS -
For example, when a program is created with an programming R of 5:

MITEODEN20.6°FHEDTIE0.69MmMIZEDHIDFEUHNH T MMTEDHEH75.3 (HEDA TIF0.07mmIZEEDBLVAHFDEELF T . TN DHES
DEFRTIRRZENZNCOELUTOEIDZL. BLAHEBICIEDET .

Remainder of around 0.69mm is left when the slope of the processing surface is approximately 20.6°, and when the slope of the cutting surface is
approximately 75.3°, about 0.07mm of overcutting occurs. At areas with other slopes, the overcutting and remainder values are below these values.

O 9 ‘f l/7 l‘ (< ﬂ? ") MJI] I '.6 _.l- Flz Processing by direct milling is also possible.

® FuiE THNIHE DB E L RE IR —
ShETHF ARISRUE TS ICERIEIPAY age N
HIVGIENC T TR B THEAL T MIBY3A

1 1
1 I
Sl

~ -

AIMIAFEETT . ’ ‘ ’

+ Since the cutting flute do not extend to the center, the ramp angle and

hole diameter were limited, but as shown below, cutting by direct HERIIAN Ramping AU FIVEDEN Hetical miing
milling without a pilot hole is possible by ramping and helical milling.
(mm)
T EfZDCX Tool dia. 32 40 ®50 63 ®»80 ®100
BAMEFIAEG Maximum ramp angle 8 7° 4.5° 3° 1.7° 1° 1°
AUFJLIUE Hole Dia. ¢44~61 ¢61~76 ¢®80~96 |@d107~122 | ®142~156 | p179~195

[ER]OENA6E L EEEEBARORICREL TSV 1" LT TORAZHELET. ORRS LELEBUIOBRS R TRERIFTNIL TSN,
[Note] @ The ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 1° or less is recommended.
@ In case of hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.



w‘ﬁu%ﬁﬁ Cutting region

e N
20 B~ - -~ — - - - - [ - - RYLE 200mm
$50-4NT Work : S50C (220HB) ‘ ST
[ [
CE IS — e
pE ve=120m/min(n=764min") | ZHLUE 250mm
Bk 3 £=1.3mm/t(v=4,000mm/min) |1 Overhang
B210 """ R B — -
g g [ [ ZHUE 300mm
=E | Overhang
L _ ve=90m/min(n=570min"") L 1 _ _
0.5 £=1.5mm/t(v=3,400mm/min) ||
| \
0 ! !
0 20 40 500GE) Fun
YHAME ae Cutting width (mm)
20 l : ,,,,,,,,,:,, ZEHUE 200mm
. Overhang
$63-aNT Work: 550 (220HD \/ FiL® 250mm
(% g 15 e o= —————— _ — Overhang
13 ve=160m/min(n=808min"") [ ZHUE 300mm
E:jé 3 =1.24mm/t(v=4,000mm/min) | Overhang
210 — - RO a=
2E Z=HUE 400mm
o5 || v=90m/min(=455min") T o
' =1.5mm/t(v=2,730mm/min) |
| [
0 | |
0 20 40 B63CE) Ful
Y5AGHE @ae  Cutting width (mm) Z=HLE 150mm
20 | | | " Overhang L B
80-5NT Work : S50C (220HB) ve=160m/min(r=637min") e N
. { £:=1.26mm/4(v=4,000mm/min) \”’fﬁﬁ:fm
o e O m m m T T T T T T T T < I~
HE w 2 L8 400mm
:E,ﬁ E I Overhang
10—~ === = t === = Sl=——— — — ——Sq SN P =
g ve=90m/min(n=358min"") !
5o £=1.5mm/t(v=2,685mm/min) w
0OBfF—-——————-——- S : -
[ [
| | |
0 ! ! !
0 20 40 60 80(GE) Ful
YBAIME @ae  Cutting width (mm)
N\ Y,
ZE ==
;ﬁﬁlgag Field Data
, . Wl #4 AR Cutting conditions
TERDCX| 1—H— | 1V P— g CETE=] B R
No. Tool dia User Insert grad Work Ve m/min | Vi mm/min RHUE
1a. nsert grade material n(min) fz(mmity | @< @emm | Overhang Rl
mm
Aft | JP412048y | SKD61 200 2000 |ap=0.2 ERSBICEENT SBORE.
1 32 Company A | Equivalent to JTEQO (48HRC) | (2000) | (0.5) |ae=20 120 Tool life was 1.5 times that of conventional products.
B#t |JP412048x | SKD61 | 80 | 780 | ap=0.5 RRRILEANHEOESS.
2 40 Company B | Equivalentto sP4120 | (47HRC) (640) (0.4) |ae=28 70 Tool life was twice that of conventional products.
S50C | 120 | 2880 |ap=0.8 RRBELYRIFDRLRELVIII IO TLE.
3 63 Cat JS4060 _ 150 Enabled processing at stable cutting with less
Company C (ZZOHB) (600) (1 '2) ae=40 chipping ?han conv%ntional proziju::tg.WI
D4t SCM 180 2160 |ap=0.5 RERKRBICLEN2BEDOEFSG.
4 80 Company D JS4060 (32HRO) | (720) (0.6) | ae=56 200 Tool life was twice that of conventional products.
Eit S50C 160 6400 |ap=2 REXRGRICLEN2ZEDEFHFG.
5 80 Company E GX2140 (220HB) | (640) 2 ae=56 150 Tool life was twice that of conventional products.




MOLDINO

The Edge To Innovation

K. REDT—FIFHABRIERD—FITHD (FRIHETIEHB DO FH A
MoLDINO | [F%FHXattMOLDINODERHEIECTY,

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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