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New proposal to reduce cost and cutting force during high-feed-rate
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Shank diameter runout type added

ASRF mini type (DfFR
Features of ASRF mini type
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Improvements in clamp rigidity, which affects tool life.
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3 types of chip breakers for various applications.
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Economical 4-corner inserts.

JM4160
JS4045 JP4120
i Cx2140 | | |
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bl bt 7L TUN-KUEE #BANE BeANEE |Applications
ot IR#H BANE 45~55HRC 55~62HRC
Copper  Catbon steels  Staless stoels 30~45HRC  Hardened steels Hardened steels
"Alloy steels Tool s Pre-hardoned steals | 45-55H RC
Hardened steels
30-45HRC
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Improvements in clamp rigidity, which affects tool life.
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Features
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- Size of insert holding screw was increased.

@ FIVF EDEMEmEL A

+ Larger contact surface with holder.

RUEEUP
M2.5—-M3.0

Increased screw strength:
M2.5 = M3.0
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Broader holder contact surface
increases clamp rigidity.

FERAZRICEDEVND TN TES3 R

3 types of shapes to select from according to the use application.

|%E B IR

Features O 2
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+ The economical four corner inserts.
® KEMAATDTL—HIZMA . BICEIhBKREERL
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+ In addition to the conventional free-cutting breaker, an LF breaker with the
emphasis on further cutting performance has been added. This expands the

applicable range for high-feed-rate machining.
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Cutting force 100% 93% 85%
SPNW SPMT SPMT-LF
NREAT | BEQYA(T | BEERY T
General edge type Sharp edge type | Ultra sharp edge type
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Line Up

CHABE THREXFEPAVET,
Numeric figure comes in a circle | and alphabetical character
comes in a square : ;.

Fig.1 DCX| DC : === C =P =-=-==-="] DCONMS
/
LH LS
LF
ssr .
'ﬁ n——— —— Fig.2 bcx DCI ==t —-—-—-—-—-—1- DCONMS
= . 7
LH LS
LF
I 7—7fE
With air hole
. ~f i& Size (mm) FEHE\FE
e ¢ o | DM A LG
Item code Stock | fises | DCX DC LF LH LS |DCONMS| Shaee | Suggested
retail price (¥)
ASRFS3020R-2 ® | 2 20 8 130 50 80 20 Fig.1 31,800
L%315— | ASRFS3025R-3 ® | 3 25 13 140 60 80 25 Fig.1 35,550
Regular | ASRFS3032R-4 ® | 4 32 20 150 70 80 32 Fig.1 42,700
ASRFS3040R-5 ® 5 40 28 150 45 105 32 Fig.2| 46,110
ASRFL3020R-2 ® | 2 20 8 160 80 80 20 Fig.1 35,080
ASRFL3022R-2 ® | 2 22 10 160 30 130 20 Fig.2| 35,080
i ASRFL3025R-3 ® 3 25 13 180 100 80 25 Fig.1 46,110
E‘;g ASRFL3028R-3 | @ | 3 | 28 16 | 180 35 | 145 | 25 |Fig2| 46,110
ASRFL3032R-3 ® 3 32 20 200 120 80 32 | Fig.1 54,090
ASRFL3035R-3 ® 3 35 23 200 40 160 32 |Fig.2| 54,090
ASRFL3040R-3 ® 3 40 28 220 45 175 32 Fig.2| 62,300
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Numeric figure comes in a circle ;.
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With air hole
=] » ~t ;% Size (mm) U\
ety | X WE)
Item code Stk | futes | DCX DC LF L1 | L2 |DCONMS|DHUB |THSZMS|DRVS retsa";lggiefée(*j¥)
ASRFM3020R-2-M10 2 20 8 30 55| 19 10.5 17.8 | M10 | 15 31,800

% ASRFM3022R-2-M10
ASRFM3025R-3-M12
% ASRFM3028R-3-M12
ASRFM3032R-4-M16

22 10 30 | 55|19 10.5 17.8 | M10 | 15 31,800
25 13 35 | 55| 22 12.5 208 | M12 | 17 35,550
28 16 35 | 55| 22 12.5 208 | M12 | 17 35,550
32 20 40 |6 23 17 288 | M16 | 22 42,700
% ASRFM3035R-4-M16 35 23 40 |6 23 17 288 | M16 | 22 42,700

% ASRFM3040R-5-M16 5 40 28 40 6 23 17 28.8 | M16 22 46,110
[EE] %&BEV vV OEEY NCERATDIETFHLREDFEA. EVAST—IIVNUERY v ER7Z—/\OIITERE] [€Ya15—RU] ICHTU—ALE
DEBRIFEHRULLEVTLEE L,
[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”.
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Numeric figure comes in a circle -i::? .
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DHUB

DCONMS
MV»V‘
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B LF
DCCB
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DCX With air hole
. N i Si EEI\TT
o . Z%% ~F & Size (mm) fﬂﬁ’fﬁ(lﬂﬁ
Item code Stock | qutes | DCX | DC |DHUB| LF |CBDP|[KWW| b DCONMS (DCCB retsaL;?greiZtee((ié)
Wi:;t:rr %? ASRFB3050R-7 o 7 50 38 | 47 50 19 845 22.225 |17 75,550
|nteri:ilhdsiiazn;eter ASRFB3063R-8 o 8 63 51 60 50 19 845 22.225 |20 80,710
ASRFB3040RM-5-16 o 5 40 28 | 35 40 19 84|56 |16 13.5| 62,760
W‘Ué/(:?g ASRFB3050RM-7-22 o 7 50 38 | 40 50 20 1104| 6.3 | 22 17 75,550
'“'err':l"i:]dsiiaz':e‘e’ ASRFB3063RM-8-22 o 8 63 51 60 50 20 110.4| 6.3 | 22 17 80,710
ASRFB3063RM-8-27 o 8 63 51 60 50 22 1124 7 27 20 80,710

| L —t e Tr|e
5" | 5" | s
Fig.3 NA%Y A General edge type Fig.4 {5+~ Sharp edge type Fig.5 #B{EiH15 7 Ultra sharp edge type
ﬁﬁ Carbon steels - . - s, - =
M —ARUA - SR
M SUS% SUS, etc. . General cutting, First recommended
FC-FCD castirons Il H H [M]: —RZE0E - ST
%EE*Z Hardened steels - General cutting, Second recommended
S " AJd—FT120 GX3—74VJ|JSI-T7429 & o =
Pn‘ﬂrn:'nj_l* *EE AJ Coating GX Coating | JS Coating Size /(mm) ﬁﬁ'lk ﬁglj\mﬁﬁﬁ(ﬂ)
Item code Tolerance Shape Suggested
Cess JP4105 JP4120 JM4160 | GX2140 | JS4045 IC S retail price(¥)
SPNWO7T2TR Nk ® [ [ o [ 78 | 2.8 |[Fig.3 910
SPMTO7T2TR MiB o o o 7.8 2.8 |Fig.4 910
SPMTO7T2ER-LF M (13 o 7.8 | 2.8 |Fig5 910

(8] GXO—F+vJ.JSTA—FT 1 VI FEBRY v F VT —ICRIGLFBADTTERLEEL,
[Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
1 M:SUSE., S:Fyrax NiEBMASEZDUHIICEHRINUE T, Cutting of M (SUS, etc.) and S (titanium alloys, Ni-based alloys).

O 3—7'9217:/5#0)*515,&(' V' Attention for the corner change
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+ Please turn the insert counterclockwise upon corner change of insert.
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BB 952 7TR0 RSA)\— RUBERERLE
Parts Clamp screw Screw driver Screw anti-seizure agent
AR &y -
. Shape LY | RN (F) HE/\TEiE (F) FE/)\TT S (F)
BRAYS Fastening torque Suggested Suggested Suggested
Cutter body (N-m) retail price (¥) retail price (¥) retail price (¥)
ASRF S/L/M/B30...| 265-143 2.0 870 104-T10 1,920 P-37 1,010

[FE] 95V TRUEERRTY, EARBICIDTREREELLETOTEDOIBEBBLHLEFT, I35V TRUE IMAETIEFHED 14K, 48U LEFRD 2AMBLET.
[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.
One spare clamp screw is provided for cutter bodies with 3 or less flutes, and two for 4 or more flutes.

OF [ IZEEBERTY. @ : Stocked Iltems.
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I ﬁﬁﬁﬁ’/vyﬁ Carbide Shank

SWVERYVPID

The Shanks for Modular Mill

LF LF
LB1 LS LB1 LS
2 - 2 S . 2
— o= ~
é]: \ SE:::C‘. S— | § §I_}JTL/ . g 777777 §
o % e ° THSZWS —e
CHA4T Ctype E¥M4T Etype
o . % Size(mm) 24Kk [ i
BBI—K o code [EE] DCONWS[THSZWS] LF | LB1 | LS | BD1 |DCONMS| D7 ?thgg o bédé; i E;eiea#ﬂﬁiéﬁ?%
ASC20-10.5-120-50Z | ® 120 50 70 56,780
ASC20-10.5-170-90Z | ® 170 90 80 6201 63,590
ASC20-10.5220-120z| @ | 0% | M10 500 T 120 | 100 | 185 | 20 | 195 | C 455 69,920
ASC20-10.5-270-150Z| @ 270 | 150 | 120 88,690
ASC20-10.5-220-50Z | ® 220 170 #2051 69,920
10.5 . . —
ASC20-10.5-270-50Z | ® M10 270 50 o0 | 185 20 195 1 €422 o |88.690
ASC25-12.5-145-65 | @ 145 65 80 o | 64,990
ASC25-12.5-215-115 | @ 215 115 | 100 $25:1 |5 | 76,130
125 | M12 23 25 - E —
ASC25-12.5-265-145 | @ 265 | 145 | 120 28 g 88,690
ASC25-12.5-315-195 | @ 315 195 | 120 o [114,370
ASC25-12.5-265-65 | @ 265 200 _ $25: || 88,690
ASC25-12.5-315-65 | @ 125 | M2 315 65 250 23 25 E | ¢28 rL 114,370
ASC32-17-160-80 () 160 80 80 H| 98,540
ASC32-17-210-110 ® 210 | 110 | 100 $32:1 99,710
ASC32-17-260-140 ®| 17 M16 | 260 | 140 | 120 | 28 32 - E | ¢35 118,480
ASC32-17-310-190 | @ 310 | 190 | 120 ®40 160,710
ASC32-17-360-240 () 360 | 240 | 120 202,930
ASC32-17-260-80 () 260 180 63251 118,480
ASC32-17-310-80 ®| 17 M16 | 310 80 | 230 | 28 32 - E | 935 160,710
ASC32-17-360-80 ° 360 280 $40 202,930
[EE] 31 TRAYREDY vV HREVNE O, YoV s EBOTEHNELCET
[Note] For %1, since the cutter diameter is smaller than the shank diameter, interference occurs at the shank.
g*iEEDIEU)E’{ -Jj- “J 7 High-feed tools lineup
4% Feature )L Holder A > — B Insert JO045
7 gEE | BEE | amE | s . i, .
e Q=) | @pELD | wm | Gy | TR [o—rwm| g |[PEARS[RLIR)ATUX
Economical | High accuracy | Supports for high- Efficiency (mm) No. of corners Shape circle code (mm)
(No. of corners) | (Less uncut remnants) hardened steel (No. of Flutes)
O
— O SEER — :
TDAN —gueme=== (@) O | _63HRC H'?gf%ify $16~40 4 ~ 06 2.0 1.0
multiflutes
O 06| 2.0 15
ASR %}'] O =-1% — y ° N
Multi-Flutes p O ~62HRC H%E%?ct%zgy ¢ 16~66 2 .’/ 12 3.0 2.0
multitiutes
ASRF-mini g5 © 6SHRC | U Geners| | ©20~63 4 (=] 07| 20 | 12
O O
ASR . O | —6ShRe | e | $20~100| 2 B o5 i,
O O = N :
ASRT ‘ O O ~62HRC | SR cenerat| #25~100| 3 e 09~14 2.0
O O
ASRF ] © 6OHRC | U Geners| #32~100 4 @ 12| 45
TDBN _@ O |~BO0HRC | e oe| #50~125| 6 | ) @ ]2 ;(5)
TR4F e © 5 2 32~125| 4 - 12 20 T2
&f;’gﬁ‘ ~60HRC | SN General ¢ 15 2.0

X EEMUSCBRMIATEREZEHS AV FvIUTHEDET,
X TEAROFMICOVTIFEENYOT R IIR—LR—I THRAZSRLLET,

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)
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Recommended Cutting Conditions

KIRFIFE 1HERMETT,

Red indicates primary recommended insert grade.

g || 920 ¢ 25 ¢ 32 40 | 040| 950 | ¢ 63
Wo*faja*tzrial Recommended AT L¥a15—| OVY |U¥as—| OVY |L¥a5—| OV |L¥a5—-| Ovd K7 "7 K7
inserts grade Type Regular Long Regular Long Regular Long Regular Long Bore Bore Bore
F# flutes 2 2 3 3 4 3 5 3 5 7 8

n (min-1) 2710 2390 2170 1910 1690 1490 1350 1190 1350 1080 860

- ~ % Vc(m/min) 170 150 170 150 170 150 170 150 170 170 170
KR - G2 G'xz,l 40 Vi(mm/min) 7040 6210 8460 7440 8780 5810 8770 4640 8770 9820 8940
<30HRC JS4045 |Z(mmA) 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3
Eﬁgsosr;esélesels ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8
de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cm3/min) 68 45 102 67 140 70 168 67 168 236 272

n (min-1) 2390 2070 1910 1660 1490 1290 1190 1040 1190 960 760

~ Vc(m/min) 150 130 150 130 150 130 150 130 150 150 150
a2 - TEM JS404 Vf(mm/min) 5730 4960 6870 5970 7150 4640 7140 3740 7140 8060 7290
30~40HRC JP412(5) fz(mmit) 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2
#gg?’g;is ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8
de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cm3/min) 55 36 82 54 114 56 137 54 137 193 222

n (min-1) 1590 1430 1270 1150 1000 900 800 720 800 640 510

Ve(m/min) 100 90 100 90 100 90 100 90 100 100 100

TUI\— R4R JP4120 Vf(mm/min) 3810 2860 4570 3450 4800 2700 4800 2160 4800 5370 4890
40~50HRC JS4045 fz(mm/t) 1.2 1 1.2 1 1.2 1 1.2 1 1.2 1.2 1.2
Pre-Hardened steels ap(mm) 0.5 0.4 0.5 0.4 0.5 0.4 0.5 0.4 0.5 0.5 0.5
de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cm3/min) 23 14 34 21 48 22 58 21 58 81 93

n (min-1) 1590 1430 1270 1150 1000 900 800 720 800 640 510

Ve(m/min) 100 90 100 90 100 90 100 90 100 100 100

. Vf(mm/min) 3180/ 2280[ 3810/ 2760/ 4000/ 2160] 4000/ 1720 4000/ 4480, 4080
LTALAE | M4160 [fe(mmit) 1 08 1 08 1 08 108 1 1 1
ap(mm) 0.8 0.5 0.8 0.5 0.8 0.5 0.8 0.5 0.8 0.8 0.8

de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cm3/min) 31 14 46 21 64 22 77 21 77 108 124

n (min-1) 3180 2870 2550 2290 1990 1790 1590 1430 1590 1270 1010

Ve(m/min) 200 180 200 180 200 180 200 180 200 200 200

P JP4120 Vi(mm/min) 9540 6880| 11470 8240 11940 6440] 11920 5140) 11920 13330, 12120
lCalst R GX2140 fz(mm/t) 1.5 1.2 1.5 1.2 1.5 1.2 1.5 1.2 1.5 1.5 1.5
ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8

de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cms3/min) 92 50 138 74 191 77 229 74 229 320 368

n (min-1) 1270 1110 1020 890 800 700 640 560 640 510 400

Ve(m/min) 80 70 80 70 80 70 80 70 80 80 80

EfEEH JP4105 Vi(mm/min) 1520 1110 1830 1330 1920 1050 1920 840 1920 2140 1920
50~55HRC JP4120 fz(mm/t) 0.6 0.5 0.6 0.5 0.6 0.5 0.6 0.5 0.6 0.6 0.6
High-Hardened steels ap(mm) 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.5 0.5
de(mm) 12 12 15 15 20 20 24 24 24 30 38

Q (cm3/min) 9 4 14 6 19 6 23 6 23 32 36

n (min-1) 1040 960 830 760 650 600 520 480 520 410 330

Ve(m/min) 65 60 65 60 65 60 65 60 65 65 65

EfEEH Vf(mm/min) ~ 830, ~670{ ~990] ~ 790 ~1040/ ~630|~ 1040, ~500{~ 1040/ ~1140| ~ 1050
55~62HRC JP4105 |fz(mm/t) ~04 ~035 ~04 ~035 ~0.4] ~0.35 ~0.4 ~035 ~04 ~04 ~04
High-Hardened steels ap(mm) ~03 ~02 ~03 ~02 ~03 ~02 ~03 ~02f ~03 ~03 ~0o0.3
de(mm) 10 10 12 12 16 16 20 20 20 25 32

Q (cm3/min) ~2 ~1 ~4 ~2 ~5 ~2 ~6 ~2 ~6 ~9 ~10

T DYIHIRHERIE. L/D=3 X COVHIRGDERZRTHDTY . REOIMITREINTRR. B8, ERABHECLIDREZRERLTIIZEL,

This cutting condition table shows general guidelines for cutting conditions when L/D < 3. When performing actual machining, adjust the cutting conditions according to the shape
to be machined, purpose, machine being used, etc.

[;i%f] 1. |BANTIOBE FRICHAETIKTHRETV. ERLIREBNI BV EEHEDD [Note] 1. Before carrying out the work without operator, be sure to remove the chips and confirm the

AMERATIEEHEDVLET, safe condition for cutting.

2. HEHUI T Id. MBI L EFESE NEHBVBICA-TEEIELZBID S 2. The steel chips may cause cuts, burns or damages to eyes. Be sure to install the safety
WEFTOT. EBICELTHZDOERICRE IN—5B REOS REDGEES cover ar_ound the t_ool and wear the safety glasses_ when carrying out any works. )
EHAL RSB R AN3 A BEVRLET 3. JP4105 is for the high-hardness steels. It is not suitable for Non-heat-treated steel material.

3 FJP41 O‘SJ liz)%;iﬂﬁﬁﬁ*ﬂi% iﬁi'li?ﬁbiﬁo/u 4. The machinability of hardened steels (55 - 62HRC) can vary significantly depending on the

4. fEANSE(55 E62§§C)l¢ ﬁWé’(‘;I = é%ﬂ:‘.bst';o CHREIE S KECRABEA particular steel type and tool overhang. Adjust the table feed rate and cutting depth ap to

C : o N N et = N = suit machining conditions.
5 g;ﬁ;);g]%ﬁD;Eﬁg?gzkg}_g_}égé)”%i?Jﬁii%?;?é@%;§<f*:é\’\° 5. For strongly interrupted cutting, when unsupported length is long, or for wet cutting, JM4160
. e N Waa e - KUEY o . is recommended.
6. GXZI—7_"(‘/+7}JS]—7_'4>7‘iﬁ%iﬁ?‘y?"b‘/ﬁ—ﬂﬁmbiﬂ’h@’(‘l71%<7i?§k\o 6. Please note that the GX Coating and JS Coating do not cause a reaction in conductive
7. A —bOI L BOIITVBEDERICLBHIBERIIEL TEL, touch sensors.

7. Replace the insert in good time to avoid any breakage of the tools because of wear and tear.

o ﬂﬁﬁqtﬂ ﬁ“t’\ ')77»7]!] I& futew 1 ‘T Regarding ramping and helical milling diameter

(mm)
. UAIVTRE 7
Rl IREDCX| 920 | ¢25 | 632 | ¢40 | ¢50 | ¢63
— ) ! | S
——_ 3' = ‘; Eﬂ%ﬁgg ']OL\,L_F or less
\1@?4% B=1° \ﬁfrgﬂgﬁu | R A NJPVIRE | 26~38 | 36~48 | 50~62 | 66~78 | 86~98 [112~124

TUED LECEEA DB G(F FNZESHIFTMILTLEEL,

For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.
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Cutting performance

01 753ZAF 7 &R (A0HRC) TOYIBIGKERFER Resuts of cutting test on steel for plastic mold (40 HRC)

0.4

@

s HERSR ASRF mini EBISRAF cuting conditons

§ ,é 03 Conventional *ﬁ‘ﬁ'u*ﬁ- o
'Pé_ﬂ 1S 751}“/7@@2%% Steel for plastic mold (4OHRC)
B 02 T8 7o : ASRFM3025R-3-M12 (¢25-3H5 fues)
i g AP —b nset : SPNWO7T2TR (JP4120)
E o o tﬂﬁUEE Cutting speed - Ve=100m/min
e 1 D DIEDE Focs rate © f=1.0mm/t
-K 0.0 % m 20 = %0 RS A INI ory cutting

I& LIEIBERS Process time (MiN) A Depth of cut - @pXae=0.6X16mm

02 SKD61(=229HB) £E! NI TOERAZTM example of use for SKD61(<229HB) mold machining

(50 105AMT AOBHEER (RARKTERFH = 0.055mm) poogerof vearafer (8 miues o oching BIBIZRE cuting condiions

BN work material : SKDB1(=229HB)

T B 100 : ASRFM3020R-2-M10 (¢ 20-28 Hiutes)
A VT —b nset : SPNWO7T2TR(JP4120)
t]J‘E"JEE Cutting speed - Ve=81m/min

IEDRE Feedspeed | VI=2,580mm/min(z=1.0mm/1t)
ok} '\BI]I Wet cutting

’ TEfEFAE The number of necessary tools ‘ t]_]ﬁaj Depth of cut + aaneZ 0.6X14mm
HER R
%é)njvenéi_onal )
=7 Corners p——— Tl L RERRICHER
ASRE mini 1/2[cHli! e RN AL
--- Reduced o 1/2: e Y — MZHIR

(4 3 —7' Comers)

Reduce the usage of inserts due

ﬁﬁﬁ’f yﬂ_ h%ﬂ to longer tool life and multi-corner

No. of inserts than our conventional products

;ﬁ I;%Eé Field data
me | ogm TEXN pmTe GMIR(E R
Product items Work material Tool dia. Item code Cutting conditions Result
. | BELEMR ASRFB3050RM-7-22 | ve= 115m/min TRABZ AU REEHNL T I TRERE LETE
FANANE pioytooisieats | 50 | SPMTO7T2TR vi = 6,150mm/min| EeckEN TR BT,
(40HRC) (JP4120) ap = 0.5mm Multi-flute effect realizes efficiency cutting and long tool life.
g o SS400 ASRFM3032R-4-M16 | ve = 160m/min Ef‘ﬁi@%d\)ﬂﬁl%&ku\—%EU%LH"C‘@E%E&%
SWEE | “jgw | 32 | SPNWO7T2TR vi = 9,850mm/min| PR SF, |
Structural steel (JS4045) ap = 0.8mm Sfyﬁ::ri]g;?:?/s:usttfilﬁg rigidity effect, high feed rate per flute realizes
e | S LS ASRFM3025R-3-M12 | ve= 173m/min ZHLOEWNT%. 2 TRICHEIL T TRER%
%(%DEE: Aloytoolsteels | 25 | SPMTO7T2TR Vi = 9,000mm/min &I BT T IR 60% MBI CEF.

" | (35HRO) (JP4120) ap=0BmM | [oefmeesehecicadte iveed 0t onreong overhng
e ASRFB3050RM-7-22 | ve= 120m/min LFTL—AICKUBRMERSNBE T, LH
BRMT | Sus316 | 50 | SPMTO7TER-LF | vi = 3,000mm/min (CFET SRAMEIS L, |

(JM4160) ap=05mm | Guing e seesty LF rejerand el cting

(o] 7JI] I7°|:| 75L\1’F5£J:0)5I§,§\ Points requiring care when creating the machining program
- R2.0DS Y7 ARELTIEEEL TLEL, '

Jos5svoR| HIDELE | RLAGE

- B7TTEIEAT apld 1. 2MMIN T CTERAKEE V. Programming R | resm ser | ooyt

« Define the tool as the shape of the R2.0 radius.

« Use with axial-direction cutting depths ap of 1.2mm or less. R2.0 0.62 0
R2.8 0.5 0.17 HIbEELS
R3.0 0.47 0.23 Remainder

CAMTOI—FRES

Corner R definition in CAM




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.

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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