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RH2P, indexable cutter,

will go to the field for conventional solid endmills.
High-accuracy-ground inserts and
high-accuracy bodies are in harmony.
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Applications
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e TR# BEANH 45~55HRC  55~62HRC
Carbon steels S\amless steels 30~45HRC Havdened s\eels Hardened s(eels
Alloy steels Tool steels  pre.pardened steels
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RH2P adopts high-accuracy-ground inserts(H grade) and high-accuracy bodies.
HFaDNTVXEMAE L],

- Combination of high-accuracy-ground inserts (H grade) and high-accuracy bodies
improves edge runout accuracy and stable cutting performance.
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+ RH2P adopts cornerR 2mm in order to reduce the remains by programming R.
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- By having negative setting of the rake angle against the axial direction, RH2P improves toughness of edges and reduces wear.

Roughing
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Finishing

Copper

URY = H5 + ITIR
Negative edge shape
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RH2P adopts cornerR 2mm
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Features

d—7R:2mm
Corner R : 2mm
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High-accuracy grinding grade insert
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RH2P adopts exclusive negative edge shape.
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Features

I *7.75-"(733 ﬁé‘:iégﬁﬁ/ﬁ%]% Wear reduction effect of negative edge shape
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Setting for conventional method

BMBEERI(E IRITAD

Axial rake angle : Positive
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Axial rake angle : Positive

An enlarged drawing of edge
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Setting for latest method | BMEEZ)ELT i?;ﬂ f_e_;: Z Negative
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Axial rake angle : Negative
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The contact area of flank and
work material was minimized.

Reduce the wear about 46%
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An enlarged drawing of edge
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ASM&@{E%H’ Comparison between ASM and RH2P

ASMfE ASM type IEE Category RHEPﬁZ RH2P type
=300 B AH—K =X A
For high-feed Sholder face Inserts For high-feed
processing milling processing processing
T L—Hh1F TEIEHL Type of low cutting resistancee with breaker FFERR Edge shape | 7T v b3 1 T TERBI4 Flat type inserts high-toughness
M#R & M grade F&E Accuracy H#k&h H grade
EXUVAEREIVAA Y —bOERTHFTEE EREERT—EHRA Y- OBEEE T JUEEE RN I FIEE
TL—HF DL GHER D ED TIIYNEAT DD AEBEICEND
CAXNEROMERA Y —F SE XHTFATAROERBICEYRTEEFEEERFTRE
+ ASM can perform high-feed processing and sholder face milling processing. Features + RH2P performs high-accuracy processing by combination of high-accuracy-ground
+ Low cutting force due to inserts has breaker. inserts and hi-accuracy bodies.
- Economical inserts (M grade). + Edge toughness is fine, due to flat type inserts.
« RH2P reduces the wear of flank, by adopting the negative edge shape.
CREMPZTOLAMEOTTML - TUN—R O, pE EFMT
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« For roughing process for carbon steels and stainless steels. / 7 J 7_y aJzl. ZELEEDRARREML
 Sholder face milling as depth of cut under 2mm. Recrémz?:gnded + For roughing process and semi-finishing process of pre-hardened steels.
applications - For roughing process and semi-finishing process of hardened steels (over 55HRC).

- For unstable cutting (for example :nitrided materials).
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+ Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers.
- Excellent wear resistance, chipping resistance, and heat resistance!

o *ﬁ?iﬁ‘i" New technology!!
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+ 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.

This reduces welding of the work and decreases cutting force!

PVD Technology
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Grade for machining pre-hardened

o :I%E Features ’
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» Employs a fine carbide substrate with an excellent wear resistance and toughness and the

new “AJ Coating” to provide improved cutting performance.

+ Exhibits excellent cutting performance when high-efficiency processing for less than 50HRC.

1'?'!" ,...\ﬁg§ Strong fields

@ SOHRCREDEANG - TUN\—R /%

» Hardened steel of less than 50HRC, pre-hardened steels.

PVD Technology

sEEMmIAME JP4105

Grade for machining high-hardness materials

O MR Features ’ | EIHIMAEE Cutiing performance ‘
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+ Employs an ultra-fine cemented carbide substrate and the new "AJ Coating" to improve wear

resistance.

* Excellent wear resistance when machining high hardness materials of 50HRC or higher.

BESEF stongfields

@ EANI(50~60HRC):SKD11,SKD61,SKH,SUS420%%
» Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc.
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Layer structure AJ Coating

BE1B3& coating structure asEH-KiKH
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Welding-resistant
low-cutting-force coating
surface layer
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Coating with excellent wear
resistance and

chipping resistance
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HBIEFH carbide

TAME JP4T 15

r hardened materials
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ap (mm)

80 0.3

60 0.2

YIHIERE Cutting speed Ve (M/min)

40 0.1

#HI#4TERE Hardness (HRC)
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HIEERE cutting length (M)

D —7 work material - SKD11(6THRC) BT E tool : ASRS2032-5

A 2 —b insert : EPNWO0603TN-8

BB cuting conditions = ve=80m/min  fz=0.2mm/t apXae=0.5X21mm
NI oy ¥EB—FNIL singlefiute cuting
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Line Up
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Recommended
Fig-2 7724 —73wh undercut type faos‘e."gﬁ‘“:m
T_r/ﬁ Size (mm)
BRIk 1| I ik | RS ()
Iltem code Stock fluies DCX LF DCONMS LH Shape | Suggested retail price (¥)
RH2P1008S-1 o 1 8 75 10 16 Fig-1 22,290
RH2P1010S-2 ® 2 10 80 10 20 Fig-1 22,290
RH2P1010S08-2 ® 2 10 80 8 20 Fig-2 22,290
RH2P1012S-3 ® 3 12 80 12 20 Fig-1 26,980
RH2P1012S10-3 ® 3 12 80 10 20 Fig-2 26,980
RH2P1016S-4 ® 4 16 90 16 25 Fig-1 38,710
RH2P1020S-5 ® 5 20 105 20 25 Fig-1 44,580
E=J“1 5 _947 Modular type R H 2 P1 '_ s ~_ {FEFHADZEFT . Numeric figure in a circle
LF
THSZMS DRVS (=)
Fig-S / UE) ‘
Modular type 1 g8 R LY
- e
L2 0.5Nem
T_r;f Size (mm)
AmRI—K 7| I F552)\F5{i% (M)
Item code Stock fluies DCX LF DCONMSI|THSZMS| DHUB L1 L2 DRVS Suggested retail price (¥)
RH2P1008M-1 @ 1 8 19 6.5 M6 9.4 5.5 14.5 7 22,290
RH2P1010M-2 ® 2 10 17 6.5 M6 9.4 5.5 14.5 ?7 22,290
RH2P1012M-3 ® 3 12 17 6.5 M6 9.8 5.5 14.5 7 26,980
RH2P1016M-4 ® 4 16 22 8.5 M8 | 12.8 5.5 17 10 38,710
RH2P1020M-5 ® 5 20 25 105 | M10 | 17.8 5.5 19 15 44,580
RH2P1025M-6 ® 6 25 25 125 | M12 | 20.8 5.5 22 17 51,620
RH2P1032M-8 ® 8 32 27 17 | M16 | 28.8 6 23 22 64,520

(FE]EYV2S—IIRUERYvYI ERH7—/\O[TEFHEI [EI15—RUBIICTV—RBEEDEBERIFZERULEVNTLEE L,
[Note] Do not apply lubricants such as grease, etc. to the “contact faces” and “modular screws” of the “modular mill”, “special shanks” and “special arbor”.
General cutting, First recommended

'{-Jllj._ |~ Inserts
RO - S5 HEsE

‘ EEE*Z High hardness materials . - 0: G_eneral cutting, Sgondi:cammended
, @ BN AJD=547 | gk —
WA ) . . 32 Size (mm) RN\
e — mEa—r | B Ao G
| fem code dess | JP4105 | JP4115 | RE [INSL| S | W1 | caioeet

INSL T‘ retail price (¥)

E i Carbon steels H M —AREDH - e

EPHW0402TN-2 | Hi& o o 2 16215 2 |4.2] 1,180

OF [ IZEEBERTY. @ : Stocked Iltems.
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Parts Clamp screw Screw driver Screw anti-seizure agent
2R 2
Shape Gy | B2NE ) BRI BRI
Em jJ v g Fastening torque i (F3) /“ A% () i ()
Cutter body (N-m) re?auilggﬁcs::eegé) re?;?g:f:tee?\!) re?:i?gﬁitee&)
RH2P10... 240-140 0.5 870 104-T6 1,800 P-37 1,010

[FR] 95V TRUREFERTY,. FARKRICIDRREREEIELEIDTRODOTBZESBNBLET. 5 TRUR SMAXTIEFHEN 174, 4L TR 27441

BULET,

[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.

E=J:|. > _E"lgm =J'P'J’J The Shanks for Modular Mill

I #BFE /v >/ carbide Shank

LF

LF

LS LBi LS

IN 2 2 g cyq7 £ S 2

A type éE%' : — § C type §E3 =Dk: Byzeez Stotocens §

e e e THSZWS e

LF
LB1 LS
E¥147 = sl 2
E type SI_JJTV =8 9
THSZWS T
AmRI—R oA size(mm) s47|@mnys B
ltem code DCONWS [THSZWS| LF | LB1 LS | BD1 |DCONMS| D7 | Te |Cutterbody RO L
ASC10-6.5-74-24Z ° 74 | 24 | 50 5 o2 25,810
ASC10-6.5-84-347 ® | s w8 38 50| ool o0 | _ || 27.930
ASC10-6.5-114-49Z ® : M4 | 49 | 65 | ° . 30.270
ASC10-6.5-114-24Z ® M4 | 24 | 90 30.270
ASC12-6.5-74-247 ° 70 | 24 | 50 08 w2 36,020
ASC12-6.5-94-442 ® 94 | 44 | 50 N 37,430
ASC12-6.5-129-64Z o &5 | M o 61| 65| 12 1 15]C g]g“ 39,540
ASC12-6.5-129-242 ® 129 | 24 | 105 39,540
ASC16-8.5-95-30Z 0 95 | 30 | 65 48100
ASC16-8.5-120-55Z ® 120 | 55 | 65 52,560
ASC16-8.5-140-75Z ®| 85 | M8 | 140 | 75| 65 |145| 16 |155|C | 016 55.960
ASC16-8.5-160-952 ® 160 | 95 | 65 58,900
ASC16-8.5-160-30Z ® 160 | 30 | 130 58,900
ASC20-10.5-120-50Z | @ 120 | 50 | 70 56,780
ASC20-10.5-170-90Z | ® 170 | 90 | 80 63.590
ASC20-10.5-220-120Z | @ | 105 | M10 500920 [ j00 | 185 | 20 |195|C | 020 69.920
ASC20-10.5-270-150Z | @ 270 | 150 | 120 88.690
ASC20-10.5-220-50Z | @ 220 170 69.920
ASC20-10.5-270-50Z | @ | 105 | M10 50 50 5pp | 185 | 20 [195|C | 020 88.690
ASC25-12.5-145-65 ° 145 | 65 | 80 64.990
ASC25-12.5-215-115 | ® 215 | 115 | 100 76,130
ASC25-12.5-265-145 | @ | 125 | M2 |"565 [ 145 | 120 | 23 25 | - |E| 025 88,690
ASC25-12.5-315-195 | @ 315 | 195 | 120 114,370
ASC25-12.5-265-65 ° 265 200 88.690
ASC25-12.5-315-65 @ | 125 | M2 g0 65 55y 23 25 | - |E | 025 114,370
ASC32-17-160-80 ° 160 | 80 | 80 98,540
ASC32-17-210-110 ® 210 | 110 | 100 99,710
ASC32-17-260-140 ® | 17 | M6 | 260 | 140 | 120 | 28 32 | - |E| 032 118,480
ASC32-17-310-190 ® 310 | 190 | 120 160.710
ASC32-17-360-240 ® 360 | 240 | 120 202.930
ASC32-17-260-80 ° 260 180 118.480
ASC32-17-310-80 ® | 17 | M6 | 310 80 | 230 | 28 32 | - |e| 032 160.710
ASC32-17-360-80 ® 360 280 202.930
[F=] [Note]

OMBDI-YVIF vy o, BRIEDRVA—ICTERTEET,

@OFRBFOTER. RH2P-MBUT IF 2 RLE Y,

BRFOTER. RH2P-M (¢8) BT IFBERLET.
RBFOTER. RH2P-M (¢10,012) BATIFREERLE T,

@¥1TRAYRBDY PV HBELYKREVID, VvV HBOTENBYEEA.
@DX2TRNYABHY PV HOREYNEVID, VvV HEBBROTELELET.

OF : IZERERTY. @ : Stocked Items.

(DCommercial milling chucks or shrink-fit holders can be used.
(@Dimensions of black figure are when RH2P-M is attached.
Dimensions of blue figure are when RH2P-M(28) is attached.

Dimensions of red figure are when RH2P-M(310,812) is attached.

(3For 31, since the cutter diameter is larger than the shank diameter, there is no interference at the shank.
(@For %2, since the diameter of the cutter is smaller than that of the shank, interference may be a concern.
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Line Up

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

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

11 WE v O EDBENICHA SIHIERDAE LD TRILY VvV BT

. 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 :E:JJS_E“J Hy{:j-lj-gl; associated with tohe machine spindle, please reduce the recommended cutting
Dimensions for the Modular Ml mounting e ahank may expenence rating cortoson o falloutof ihe maching Spncie.
oo %—: T_ﬁﬁ Size(mm) oy @Jﬁ% N % T_ﬁﬁ Size(mm) o ?Hﬁ%
mEmI1—R (kg) | Rty mEmI—R (kg) | Rty
Item code ] N value Item code ] N value
S G | oD|H|H|oC| L | M| L1|0C1|oC| 6|5y S G | oD|H|H|oC| L | M| L1 |0C1|oC| 6|5y
BT40-RSG8-105-M25 |105] | 80| 1.410.6 BT50-RSG10-200-M25 200| 25[175 5.6 0.5
BT40-RSG8-135-M25 |135| 25[110] 1.810.7 BT50-RSG10-165-M50 1165  [115] 4.410.8
BT40-RSG8-165-M25 165 140 2.110.8 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-RSG8-160-M50 [160] 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 1.7
BT40-RSG8-155-M75 |155| | 80 1531 BT50-RSG10-250-M75 250 175 5818
BT40-RSG8-185-MT5 M8 |8.5|18|6.5 |15 185 75[110|30 |32 [1.913.4 WMBTEORSGI0215MI0 | | 1\l clon o s|1g 215 [115] 5 o [45]2.7
BT40-RSG8-215-M75 215 140 22135 BT50-RSG10-245-M100 ’ ’ 1245(100(145| 4.8 129
BT40-RSG8-170-M30 |170| | 80] 15145 BT50-RSG10-275-M100 275 175 5.8 29
BT40-RSG8-200-M90 [200] 90[110] 1.9]4.8 NBT50-RSG10-235-M120 [235]  [115] 4639
BT40-RSG8-230-M30 230 140 22149 BT50-RSG10-265-M120 1265|120|145] 49142
BT40-RSG8-185-M105 |185| | 80] 1.6 6.2 BT50-RSG10-295-M120 295 175 59 4.2
BT40-RSG8-215-M105 215/105[110] 2.0 /6.7 M BT50-RSG10-255-M140 255 [115] 4.7/5.5
BT40-RSG8-245-M105 245 [140 2.316.8 [BT50-RSG10-285-M140 285/ 140[145] [5.0]5.8
BT40-RSG10-125-M25 |125| 1100] 18104 BT50-RSG10-315-M140 315 175 6.0 5.8
BT40-RSG10-155-M25 [155] 25[130] 2.2 0.5 [BT50-RSG12-140-M25 [140]  [115] 4602
BT40-RSG10-185-M25 185 160 2.410.7 BT50-RSG12-170-M25 |170| 25|145| 5.010.3
BT40-RSG10-150-M50 1150| 1100] 1908 BT50-RSG12-200-M25 200 175 5.810.4
BT40-RSG10-180-M50 1180 50[130] 2.3[1.0 I BT50-RSG12-165-M50 1165 [115] 4.7]0.5
BT40-RSG10-210-M50 210 [160 2.5 1.2 [BT50-RSG12-195-M50 [195] 50[145] 5.110.6
BT40-RSG10-175-M75 |175| 1100] 2.0/1.6 BT50-RSG12-225-M50 225 175 5.9 10.6
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] 4.9 0.8
BT40-RSG10-235-M75 235 160 2.6 2.0 BT50-RSG12-220-M75 |220| 75|145| 5.311.0
4= BT40-RSG10-200-M100 1200| 1100] 2027 BT50-RSG12-250-M75 250 175 6.111.0
b= BT40-RSG10-230-M100 230]100[130 2.4[3.0 BT50-RSG12-215-M100 215]  [115] 5.0]1.3
BT40-RSG10-260-M100 260 160 2633 BT50-RSG12-245-M100 M12|12.5(22| 6 |24 |245/100({145|43 |45 5.4 |1.5
BT40-RSG10-220-M120 1220 1100] 2.1 4.0 BT50-RSG12-275-M100 275 175 6.2 1.6
BT40-RSG10-250-M120 250/ 120[130] 2.5 4.3 [BT50-RSG12-240-M125 [240]  [115] 5.2 2.1
BT40-RSG10-280-M120 280 160 2.714.6 BT50-RSG12-270-M125 1270(125|145| 5.6 2.3
BT40-RSG12-125-M25 1125] 1100] 2.0/0.3 BT50-RSG12-300-M125 300 175 6.4 2.4
BT40-RSG12-155-M25 155| 25[130] 2.410.4 [ BT50-RS612-265-M150 [265] [115] 53(3.0
BT40-RSG12-185-M25 185 160 2.7[0.5 |=BT50-RSG12-295-M150 |295(150(145] 5.7 /3.3
BT40-RSG12-150-M50 1150| 1100] 21105 BT50-RSG12-325-M150 325 175 6.5 3.4
BT40-RSG12-180-M50 [180] 50[130] 2.5[0.7 [BT50-RSG12-290-M175 [290] [115] 55 4.2
BT40-RSG12-210-M50 210 160 2.8109 BT50-RSG12-320-M175 1320(175|145| 5.9 4.6
BT40-RSG12-175-MT75 |175| 1100] 23109 BT50-RSG12-350-M175 350 175 6.7 4.6
BT40-RSG12-205-M75 M12(12.5(22| 6 |24 |205| 75(130|43 (45 2.7 |11 BT50-RSG16-140-M25 1140| 1115] 4.8 0.2
BT40-RSG12-235-M75 235 160 3.0/1.3 BT50-RSG16-170-M25 |170| 25[145] 54102
BT40-RSG12-200-M100 1200 1100] 24114 BT50-RSG16-200-M25 200 175 6.6 0.2
BT40-RSG12-230-M100 230/100[130] 2.8[1.6 [WBT50-RSG16-165-M50 [165]  [115] 5.0/0.3
BT40-RSG12-260-M100 260 160 3119 BT50-RSG16-195-M50 |195| 50|145| 5.6 0.4
BT40-RSG12-225-M125 |225| 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 [BT50-RSG616-190-M75 [190]  [115] 5.3]0.5
BT40-RSG12-285-M125 285 160 3328 BT50-RSG16-220-M75 |220| 75|145| 5.9 0.6
BT40-RSG16-125-M25 125| 25 2602 BT50-RSG16-250-M75 250 175 7.0 /0.6
BT40-RSG16-150-M50 150| 50 2.810.3 BT50-RSG16-215-M100 |215| |115] 5.510.7
BT40-RSG16-175-M75 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 225125 34112 BT50-RSG16-240-M125 1240 1115] 5.7111
BT50-RSG8-120-M25 1120] | 95| 4.0/0.6 BT50-RSG16-270-M125 M16| 17 (25| 6 |29 |270|125(145|52 |54 |6.3 |1.3
BT50-RSG8-150-M25 1150| 25[125] 4.3/0.7 [MBT50-RSG16-300-M125 300, [175 7.4]1.3
BT50-RSG8-180-M25 180 155 4.8 0.7 BT50-RSG16-265-M150 |265| |115] 5.9 1.6
BT50-RSG8-145-M50 |145| | 95| 4015 BT50-RSG16-295-M150 1295(150(145| 6.51.8
BT50-RSG8-175-M50 |175| 50(125| 4.311.7 BT50-RSG16-325-M150 325 175 7.711.8
BT50-RSG8-205-M50 205 155 4.8 1.7 BT50-RSG16-290-M175 1290 1115 6.12.2
BT50-RSG8-170-M75 [170] | 95| 41131 MBT50-RSG16-320-M175 320]175[145] 6.72.4
[=) BT50-RSG8-200-M75 M8 |8.5|18|6.5|15 (200 75/125/30 (32 4.4 3.4 BT50-RSG16-350-M175 350 175 7.9125
= BT50-RSGE-230-M75 230 155 4.9 134 BT50-RSG16-315-M200 1315| |115] 6.3/3.0
L] BT50-RSG8-185-M90 |185| | 95| 4.9 144 BT50-RSG16-345-M200 1345(200|145| 6.9 3.2
BT50-RSG8-215-M90 215 90[125| 4.4]4.8 BT50-RSG16-375-M200 375  [175 8.1[3.3
BT50-RSG8-245-M30 245 155 4.9 4.8 BT50-RSG16-340-M225 1340 |115] 6.5/3.9
BT50-RSG8-200-M105 [200] | 95| 4.216.2 MBT50-RSG16-370-M225 370|225[145] 7.1 4.1
BT50-RSG8-230-M105 1230(105|125| 4.5 6.6 BT50-RSG16-400-M225 400 175 8.3 4.2
BT50-RSG8-260-M105 260 155 5.0 6.6 |P#YA63-RSG8-105-M25 |105| | 80| 1.310.6
BT50-RSG10-140-M25 M10l105/2216.5 19 |140| 25m36 38 4.310.4 [=1A63-RSG8-135-M25 M8 |8.5|18|6.5(15 (135 25/110(30(32 1.4 0.7
BT50-RSG10-170-M25 ) ) 170 145 4.610.5 A63-RSG8-165-M25 165 140 19108

EEN : XL ESTI, No mark : Manufactured upon request only. #ERIF =53 % 10 BRZEIZ/RYUE T, Delivery time is about ten days after an order received.



oo e g ﬂ';ﬁ Size(mm) E% @E}’&mﬂ% oo e g T_r,f Size(mm) §§ ?yﬁ%
AmI—K (kg) | Roty BEmI1—k (k) | Rty
Item code ] N value Item code % value
£/ G | oD |H | Hi|oc| L | M| L1 |oci|ocovesn| sy 21 G | oD |H|H|oC| L | M| L1|oci|oco V| sy
AG3-RSG8-130-M50 130 | 80 13115 [JAT00-RSG8-230-M105 2301, 125 31067
AG3-RSG8-160-M50 [160] 50[110] 1.4 1.7 [ A100-RSG8-260-M105 M8 |85 18/6.5/15 1560/195]155/30 32 (356 6.6
AG3-RSGE-190-M50 190, [140 19117 [ AT00-RSG10-140-M25 (140 [115] 31104
AG3-RSG8-155-M75 155 | 80| 14134 [ A00-RSG10-170-M25 [170| 25[145| 3505
AG3-RSG8-185-M75 185] 75[110] 1534 [ AM00-RSG10-200-M25 200, [175 4405
AG3-RSG8-215-M75 215|140 2.0 3.4 [AI00-RSG10-165-M50 165|115 3208
AG3-RSGB-170-M90 M8 8.5 1816.5 15 qo0 1 80/30 |32 [2.0(4.4 [ A100-RSG10-195-M50 195 50[145| 36 1.0
AG3-RSG8-200-M0 200] 90[110] 15148 [ AM00-RSG10-225-M50 225|175 45010
AG3-RSGE-230-M0 230|140 2.0 (49 [AI00-RSG10-190-M75 1190/ [115] 33/16
AG3-RSGE-185-M105 185 | 80| 1562 [ A00-RSG10-220-M75 20| 75[145| 3718
AG3-RSG-215-M105 215/105[110 16166 [ A00-RSG10-250-M75 250 [175 4618
AG3-RSG8-245-M105 245 [140 2.1 (6.7 WMAT00-RSG10-215M100 | |M10|10-522|6.5119 roqs—1975/36 |38 33727
AB3-RSG10-125-M25 [125] [100] 16104 [ A00-RSG10-245-M100 [245/100[145| 37/29
AB3-RSG10-155-M25 [155] 25[130] 19105 [ A100-RSG10-275-M100 275|175 4629
AG3-RSG10-185-M25 185, [160 2.3]0.6  [A100-RSG10-235-M120 235 [115] 3440
AG3-RSG10-150-M50 150, [100] 1.710.8 [ A100-RSG10-265-M120 265/120[145| 3842
AG3-RS610-180-M50 180| 50[130] 2.0 1.0 [A100-RSG10-295-M120 295|175 4742
AG3-RS610-210-M50 210, 160 2.4 1.2 [A00-RSG10-255-M140 255 [115] 3556
AG3-RSG10-175-M75 [175]  [100] 1.811.6 [ AT00-RSG10-285-M140 285|140/ 145| 39558
AB3-RSG10-205-M75 205] 75[130] 2.1 1.8 [AI00-RSG10-315-M140 315 [175 4858
AG3-RSG10-235-M75 235|160 2520 [AI00-RSG12-140-M25 140 115 34103
AG3-RSG10-200-M100 | |“10/10-512216.5119 1550 1700|36 |38 173127 [ A100-RSG12-170-M25 [170| 25/145| 3704
AG3-RSG10-230-M100 230/100[130] 2.1 2.9 [AI00-RSG12-200-M25 200, [175 4704
AG3-RSG10-260-M100 260 160 2532 [AI00-RSG12-165-M50 1165 [115] 3505
AG3-RSG10-220-M120 220 [100] 19140 [ AT00-RSGT2-195-M50 195 50[145| 3806
AG3-RSG10-250-M120 [250/120[130] 2.2 (42 [BA00-RSG12-225-M50 225 [175 4806
AG3-RSG10-280-M120 280|160 2645 [AI00-RSG12-190-M75 1190/ [115] 37/08
AG3-RSG10-240-M140 240 [100] 2.0 5.6 [AI00-RSG12-220-M75 20| 75[145| 4010
AG3-RSG10-270-M140 1270/140[130] 2.3(5.9 [AI00-RSG12-250-M75 250|175 5010
AG3-RSG10-300-M140 300|160 27162 [AI00-RSG12-215-M100 215 [115] 3814
AG3-RSG12-125-M25 [125]  [100] 19103 [AI00-RSGT2-245-M100 | |M12(12.522| 6 |24 [245]100[145]43 |45 [4.1 1.6
AG3-RSG12-155-M25 155| 25[130] 2304 [AT00-RSG12-275-M100 275 [175 5116
AG3-RSG12-185-M25 185 |160 27005 [AI00-RSG12-240-M125 240 [115| 4021
AG3-RSG12-150-M50 150, [100] 2,005 F=JAI100-RSG12-270-M125 270/ 125[145| 4324
AG3-RSG12-180-M50 180| 50[130] 2.4]0.6 P AI00-RSG12-300-M125 300, [175 53|24
AG3-RS612-210-M50 210, [160 2.8]0.8 [ A100-RSG12-265-M150 265 [115] 4130
AG3-RSG12-175-M75 [175]  [100] 2.2]0.9  [AI00-RSG12-295-M150 1295/150[145| 4434
AG3-RSG12-205-M75 205] 75[130] 2.6(1.0 [ AT00-RSG12-325-M150 325 [175 5434
AB3-RSG12-235-M75 235|160 3.0 (1.3 [BAI00-RSG12-290-MT5 290|115 4343
AG3-RsG12-200M100 | |M12|125|22) 6 124 1500/ (10043 45 [2:3]1.4 [ AT00-RSG12-320-M175 1320|175 14| 4646
AG3-RSG12-230-M100 1230/100[130] 2.7(1.6  [AI00-RSG12-350-M175 350|175 5646
AG3-RSG12-260-M100 260 160 3.1(1.9  WAI00RSG16-140-M25 (140 [115] 4002
AG3-RSG12-225-M125 225/ [100] 25 2.1 [IMAI00-RSG16-170-M25 [170| 25[145| 4502
AG3-RSG12-255-M125 [255/125[130] 2.9 2.4 [A00-RSG16-200-M25 200, [175 5702
AG3-RSG12-285-M125 285|160 3.3(2.7  INA100-RSG16-165-M50 1165/ [115| 4203
AG3-RSG12-250-M150 250, [100] 2.6 3.1 [A100-RSG16-195-M50 1195 50[145| 4704
AG3-RSG12-280-M150 1280/150(130] 3.0(34  NA100-RS616-225-M50 225|175 5904
AG3-RSG12-310-M150 310, [160 3.4(38  A100-RS616-190-M75 1190/ [115] 4505
AG3-RSG16-140-M25 140 25 28102 [BAI00-RSG16-220-M75 20| 75[145| 5006
AG3-RS616-165-M50 165, 50 3.2(0.4  [A100-RSG16-250-M75 250, [175 6.1106
AG3-RSG16-190-M75 190 75 36(0.6  [BAT00-RSG16-215-M100 215 [115| 47/08
AG3-RSGI6-215-M100 | |M16| 17 25| 6 |29 [215/100/115|52 |54 [2.8 0.9 [ A100-RSG16-245-M100 [245/100[145| 5209
AG3-RSG16-240-M125 5% 240125 2.8 (1.3 [AI00-RSG16-275-M100 275|175 63109
AG3-RSG16-265-M150 5 265/150 3219 [AI00-RSG16-240-M125 240 [115| 4911
AG3-RSG16-290-M175 5 290/175 3625 [MAI0RSG16-270M125 | |M16| 17 |25| 6 |29 [270|125/145| 52 |54 5.4 1.3
AT00-RSG8-120-M25 M20] | 95| 2.610.6 [ A100-RSG16-300-M125 300, [175 6513
A100-RSG8-150-M25 150| 25[125| 2.9]0.8 [ A100-RSG16-265-M150 265 [115] 51116
A100-RSG8-180-M25 180, |155 3.410.8 [ A00-RS616-295-M150 295/150[145,| 56/1.8
A100-RSG8-145-M50 [145] | 95| 2.6 1.5 [ A100-RSG16-325-M150 325|175 6718
A100-RSG8-175-M50 175] 50[125| 2.9 (1.7 [AI00-RSG16-290-M175 1290 [115| 53|22
A100-RSG8-205-M50 205|  [155 3.4 1.7 IA100-RSG16-320-M175 1320/175[145| 5824
AT00-RSG8-170-M75 M8 |85 (18/6.5(15 170, | 95/30 |32 [2.7 3.1 [ AT00-RSG16-350-M175 350 [175 7.0 |25
X3 A100-RSG8-200-M75 200] 75[125| 3.0 3.4 [IAI00-RSG16-315-M200 315 [115] 553.0
A100-RSG8-230-M75 230|155 3534  [IAI00-RS616-345-M200 345/ 200[145| 6032
A100-RSG8-185-M90 [185] | 95| 2745 [ A100-RSG16-375-M200 375|175 72|33
A00-RSG8-215-M90 215] 90[125| 3049 [IAI00-RSG16-340-M225 1340 [115] 5739
A100-RSG8-245-M90 245|  [155 35 48 [IAI00-RSG16-370-M225 370/ 225/ 145, 6342
A100-RSG8-200-M105 200/105 95 2.816.3  [BIAI00-RSG16-400-M225 400|175 7.4 42
W EEAER e J—5Y U MHSK-A) [ | g}:?:g%z’g'es e Coolant duct(HSK)
s gae Ay = = i
B RER «EY25-SLENELETA. l Caution e The Modular Mill is not a standard accessory.

e JILRAT v REBLTHEDFEA.

o TEAICIEDEIAS—S VO BTN EY 25— VBB THEZ SR EE .

5 o
¥ [IEBICDULT 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

YBERLTLET, MEHVINELE. M applied to the tip of the tool. The smaller the numerical value is,
the higher the rigidity and the more accurate the machining.

HEZMFERORIVIETEEED D

DHDOEEDEVINIHERET T,

e 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

XIRFIFE—HREMETT, ap
Red indicates primary recommended grade.
w HEISIATE T, @8/ ®10/ ®12/ ®16 / ®20 / @25/ $32 /
Wjﬁ?nu:jzial Recommended Cut?gg'?ijz:':d{ﬁons 1*5[75 2*&73 3*5[75 4*&7‘] 51‘&7‘3 6*5[7‘3 8*&7‘3
grade 1 flute 2 flutes 3 flutes 4 flutes 5 flutes 6 flutes 8 flutes
vc (m/min) 130 130 130 130 130 130 130
n (min-') 5,180 4,140 3,450 2,590 2,070 1,660 1,290
TUN—R VR % fz (mm/t) 0.4 0.5 0.5 0.5 0.5 0.5 0.5
(40HRCIUT) | Jpa115 | vi(mm/min) | 2,070 | 4,140 | 5170 | 5,180 | 5,170 | 4,980 | 5,160
F(Zgﬁ;féienefd st)eels ap (mm) 0.3 0.35 0.4 0.4 0.4 0.4 0.4
oriess ae (mm) 4.5 5 7 9.5 12 15 19
Q (cm3min) 2.8 7.2 14.5 19.7 24.8 29.9 39.2
ve (Mm/min) 100 100 100 100 100 100 100
n (min-') 3,980 3,180 2,650 1,990 1,590 1,270 1,000
SUN— R fz (mmit) 0.4 0.5 0.5 0.5 05 05 05
(40~50HRC) JP4115 v (mm/min) 1,590 3,180 3,970 3,980 3,970 3,810 4,000
Pre-hardened steels ap (mm) 0.3 0.35 0.4 0.4 0.4 0.4 0.4
ae (mm) 4.5 5 7 9.5 12 15 19
Q (cm?®min) 2.1 5.6 111 15.1 19.1 229 30.4
vc (m/min) 90 90 90 90 90 90 90
n (min-') 3,580 2,870 2,390 1,790 1,430 1,150 900
BEANSE JP4105 fz (mm/t) _ 0.4 0.4 0.4 0.4 0.4 0.4 0.4
(50~55HRC) v (mm/min) 1,430 2,290 2,860 2,860 2,860 2,760 2,880
Hardened steels JPA115 5, (mm) 0.2 0.3 0.3 0.3 0.3 0.3 0.3
ae (mm) 4.5 5 7 9.5 12 15 19
Q (cm®/min) 1.3 34 6.0 8.2 10.3 12.4 16.4
ve (m/min) 75 75 75 75 75 75 75
n (min-') 2,990 2,390 1,990 1,490 1,190 960 750
AN fz (mm/t) 0.3 0.4 0.4 0.4 0.4 0.4 0.4
(55~B0HRC) | JP4105 | vi(mm/min) 890 | 1,910 | 2,380 | 2,380 | 2,380 | 2,300 | 2,400
Hardened steels ap (mm) 0.15 0.2 0.2 0.2 0.2 0.2 0.2
ae (mm) 3 4 5 6.5 8 10 13
Q (cm?®min) 0.4 1.5 24 3.1 3.8 4.6 6.2
vc (m/min) 65 65 65 65 65 65 65
n (min-') 2,590 2,070 1,730 1,290 1,040 830 650
AN fz (mm/t) _ 0.25 0.3 0.3 0.3 0.3 0.3 0.3
(BO~B2HRC) | JPA4105 | vi(mm/min) 640 | 1,240 | 1,550 | 1,540 | 1,560 | 1,490 | 1,560
Hardened steels ap (mm) 0.15 0.15 0.15 0.15 0.15 0.15 0.15
ae (mm) 3 4 5 6.5 8 10 13
Q (cm3/min) 0.3 0.7 1.2 1.5 1.9 2.2 3.0
[(EE]

O N ITRRICEDE T BRSO —SUMEERLTIZED,

QZOIHEIRERBHIRGEDERETRI LD TY . REROMNI T} NIHRK. BH. ERBBSCLIVREEREL TSN,

@BHI BRI DRE . REVRER70%EBRELTIZE,

@FPYE—=hy ES+2HRH2P1010S08-2. RH2P1012S10-3% Z SR ORRIIEELDHIRE D — DBV DRV E (fz) £#50~70% 2B RICIERL TIZE W,

G4V H—hDOITBIRHICITO. BEDERICLIWIEEFIELTIEED,

OHFBLIIVLK TR} REIUEEEZ DB . PIFEBIVRBICA>TEBEEZIB/NHIBVET DT, TEAICHEL TR EDBBICRENN—ZBUT T REXHRBEDIRER E
BAL. RELBRBTERSNBEEBROBILET.

@OFRKBHEDEGDIE AL OB DBYET D TERALBOTIIZZW,

[Note]

(DUse the appropriate coolant for the work material and machining shape.

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

(®For slotting or ramping, feed rate should be set to 70% as recommended cutting conditions.

(@When using an RH2P1010S08-2 or RH2P1012S10-3 undercut type shank, as a general rule the feed rate per flute (fz) should be reduced to 50~70% of the value listed in the
recommended cutting conditions.

(®Ensure to exchange the insert at the correct time to ensure safety of the tool-body.

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

(DDue to fire risks do not use cutting oil as a coolant.

o 1@%4*)]%]/’\[)77)[’{7]]%“ Ramping / Helical milling

(mm)
T E#& tool dia.(mm) %8 | 10 | #12 | 916 | 920 | ¢25 | ¢32
ERARIEFRIE Max. ramp angle ° 0.5° AT (BK1.0° ) Less than 0.5 ° (max. 1.0 ©)

AU HJLIUR Heiical milling / Hole dia.(mm) 10-16 | 1319 | 17-23 | 25-31 [ 3339 | 4349 | 57-63

T‘\?%DUZEE%E9*@1’2‘3[;?7?%&_)”—(7][]1 UTLEE L\ For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.
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Field data

0 1 70 U /I\N— hyﬁﬁ (: ﬁlféﬁﬁitkﬁ [H PM'PrO (4OH RC) ] Comparison of tool life for pre-hardened steels

EIAE work material - HPM-Pro  ve=120m/min (n=2,387min") fz=0.5mm/t (vi=1,193mm/min)

Wil
wg}!::;{# ap X @e= 0.3X10mm $_3~Jtﬂﬁu Single-tip cutting IT—?EI— Air-blow
condition Eﬁﬁ%m Machine - m’_—ﬂ Vertical type M/C Machining center (BTSO *E% Equivalent to BT30)
— 0.3
E —&— RH2P1016M-4 [EPHWO0402TN-2 (JP4115H24) ]
X T EH ! RH2P ¢ 16
g —{— 1E$I=—: Conventional (016 ?t;EIQConven(ional 0)16 (JP4115$E§)
m 0.2 y | A
> 25min 54min
g
e = 7 B
% L 01 \ 24
l-@ - ~
i) ﬁ.
0 10 20 30 40 50 60

IEIBFRS Process time T (min)

HIFHRESEANRICIY.. KIBRHHI Y THAIEE

Improved tool life by reduced wear of flank surface.

02 7°Ul\_ I‘yﬁlﬁ ‘: 8”'6 ﬁ?llfﬂ[l I [H PM38 (52H RC) ] Field data for pre-hardened steels

#HEIEE work material : HPM38 (52HRC)

ng{ﬁﬁ ve=70m/min (n=1,858min") fz=0.4mm/t (vi=2,463mm/min) ap X ae= 0.15X5mm
condition Em%m Machine 5 ﬂ‘.ﬁﬁ! Vertical type M/C Machining center (BT40 *Hé Equivalent to BT40)

| i 60minAN T1ED T EEEFEIRRE Wear condition : after 60 minutes of cutting

Conventional

< ““*M

VBmax = 0.064mm

PERLRICLEAN, HIFHEEEFEZ 1/3ICERRTHE

Flank wear to be 1/3 as that by conventional tool.

03 ﬁknm ‘: *5‘!16 ﬁ?ilfﬂ[ll [SKD1 1 (60H RC) ] Field data for hardened steels
fERT B0 - RH2P1012M-3(¢12-R2. 38X 31ues). EPHWO402TN-2 (JP410548) g 05
?E;El:llzl:'lA Conventional A - E:J“TZIE Radiustool(¢1 2-R35\ 2*&3‘] 2f|utes) E 04 : :}E:éPALo]lim-gnzn:j;i'\:nm |
?E;EE?:IB Conventional B - E:J“TIZIE Radius tool(¢]2-R3.5\ 2*&% 2f|utes) ?G - e GERE B @ 12-2NT Conventional B ¢ 12-2NT
ve=70m/min £=0.4mm/t ap X ae= 0.15X6mMmm RS bryeuting L o3
= vi= 1,486mm/min
— = - oty — i RS vi= 2,229mm/mi
® SHLILED HERDSYPATRICLNEERDM EDTTEE. & o2 [ ) S - ———
® LIHIEHZ 0%, g L— i -
©® BRANFAMEICKD ., KIEEHFm 77y Thia g, = 15 tmes e
H o

» More multi-flute design improves the cutting efficiency than conventional tool. 25 50 75 100

« Less cutting force by 30% w -
- Improved tool life by grade for hardened steels. BIHIE Cutting distance L (M)

o
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Field data

04 BB EEHEBSEVOYY YNNI [SKD61+E{LALE]

Nitrided die and mold for automotive parts
[SKD61+nitriding process]

P IES S
Cutting
condition

[ 505 MIBDEEEH |

Wear condition photo: After 50 - minutes processing

AP — I item code : EPHWO402TN-2 T E& Tooldia. 1010 (mm) 28H 21utes #E&E crade : JPA115 1HH Equivalent to JP4115
ve=78m/min (n=2,480min") fz=0.25mm/t (vf=1,240mm/min) ap X @e= 0.2X4mm
IO FHEHE swarfamount : 0.992cm3/min  TEFHAR Tootiife - 50mMin.  HILAFRE Process time : 420min

BILITUNMTAIED IV VI TOE/FEDINT{ETE.
BENMTITEZHIR T DT &ICKD. TRRENDTIFEICED,
BNTEROBEETIEZXIRICERITHIENTED,
Direct milling of re-sink, conventionally exclusively by electro-discharge.

The process of making an electrode can be reduced.
Can reduce polishing time, after electric discharge machining.

05 S4HZMECHIFBIYYRIVRINVPSOIARNTY

Comparison of performance with RH2P
and solid end mill on diecasting

ggl'i'lb 5DCX (:B(j%ﬁ’]ﬂl@jZI‘gvy Cost reduction in cutting process for 5DCX roughing
?ﬁﬁu*j Work material - SKDG]*E%(BOHRC)J%?]HI(IE:%HZ‘]L} : 62mm) Roughing process (Overhang:62mm)

EIRISR{F
Cutting
condition

BERATE 1o : RH2P1012M-3(912-R2, 3WH sfutes), EPHWO402TN-2 (JP4105%8%)
ve=110m/min £=0.5mm/t(vi=4,400mm/min) ap=0.25mm Q= 8.8cm?
AMAV VY RIRZ)D 4iutes solidend mil (@ 12-R1.5, 4 HA 4 fiutes)

ve=143m/min ~=0.25mm/t(vi=3,800mm/min) ap=0.15mm Q= 4.5cm?

O ax l‘tk& Comparison of process cost

EmIﬁ Tools

VUYRIVRZ)D solid end mil

iﬁ?ﬁ%ﬁ: Conventional Eﬁ%%ﬁ: Improved condition

RH2P1012M-3

HZE. T Tool dia., flutes

®12mm 4*&3] 4 flutes

®12mm 3*&3’] 3 flutes

iﬁ?ﬁ%ﬁ: Conventional
Eﬁ%%ﬁ: Improved condition

ﬁg EIEIEE cutting speed 143m/min (3,800min™) 110m/min(2,900min")

E 8 EWIRE Feed speed 3,800mm/min (0.25mm/t) 4,400mm/min (0.5mm/t)

T;g ap 0.15mm 0.25mm
© ae 8mm 8mm
tﬂ(?;ﬁtﬂ% Swarf amount 4.5cm? 8.8cm?
T E&HR Tooliife 400min 200min
ﬁij]l]IH%laEﬁ Process time 300min 150min
AR Machining cost 41,300 41,3000pY 22,400M] 22,4000PY

22,400 (A46%) 22,4000PY(ad6%)

41,300/ #1,3000pY

J5t
T NU
Comparison of process cost

RH2P F2IC K B IR EHE RN R

Result

DITESR : 150mMin%EfE Process time : Reduce 150minutes.
HDI:I A1 8,900F§'ﬁ'ljiﬁﬁﬁ_[ﬁ'é (A46%) Processing costs : Reduce about 18,900JPY(A46%)
ﬁﬁﬁ%%ii’ltﬁ Don't need control re-grinding items.

® VUYRIVRINZEA VY —METDIEICKD. TEED

AIRERDETBEICTEDTE,

« Tool cost is reduced by replacing solid endmill to RH2P.

+ Re-grinding operation is not necessary.
« Tool life deviation control after re-grinding is not necessary.

@ VUYRIVRI)VOBEREEENFECE O,
® BMEBEROEFH/\SYFEERT DINEDEL.
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Field data

(]

TERDCX

Az L UL i fEATE YIRS fi& R
Product items | Work material Tool dia. Iltem code Cutting conditions Result
— RH2P1010M-2 =110m/min RITAPIVIYRIVRIIVSE L TINIEERDE L.
s | hoensy |10 | EPHWO402TN-2 vi=3,500mm/min | 100370 T#BFE0.05mLLT,
astic mo ’ P . )
(JP411548%) | ap =0.3mm - Tutes sl on milWear 5 0.05mm and below afer 100mintes process.
. o |SKD61+ . = i MERMEBIN T TLMTAG D -I-2ILEDINI %
Z{LiE RH2P1010S-2 | ve=78m/min : &1 DT
Nitridi_ngun S§K1DE‘1§1 10 EPHWO402TN-2 | vr=1,120mm/min gﬁﬁ%?i&%ﬁé?ﬂ%? t?fa&’:n?r:hatoerial
materials nitriding process (JP4115483) ap =0.2mm it could proF():ess only by eIectriS(;:aI discharge machining before.
R = i TYIYRIVRFIICHUTII IR /2.
T RH2P1012M-3 | ve=65m/min RizyUvt
Thars | YaORey| 12 | EPHWO402TN-2| vi=1,530mm/min | BB2EEER. | -
making (JP41 05*5%) ap= 0.15mm ;fdrp:]ricl)lf:ess time, 2 times tool life compared to conventional solid
spsgEER | SKD6 RH2P1012M-3- ch104m/m|n | 1209 TS .
Foraing di 12 |EPHWO0402TN-2 | vi =4,000mm/min | ¢ , ,
orging die (45HRC) (JP41 1 5@%) ap = 0.4mm Still normal wear even after 120 minutes processing.
wpmemecnt | SKD1 RH2P1025M6 | vo=60m/min D—HREEOBIMHENLICHL T, RIGLE<
AREE | reircy | 25 | EPHWO402TN-2 | vr=2,760mm/min | %&2fg.
Forging die (JP4105%82) ap=0.2mm Twice as long tool life upon interrupted cutting of grooved surface.
SANANE | SKDBY RH2P1025M6 | ve=110m/min | #RBDSIPRA V4 — ML DU THHE
Diecasting | (49HRC) 25 | EPHWO0402TN-2 | vi=4,200mm/min | H24z,
mold (JP4105%8Y) ap=0.3mm Twice as much swarf as conventional corner radius insert.
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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 Iuse, 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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