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Total of 13 items added.
Shank type : 6 items
Modular type : 5 items
Bore type : 2 items
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] 448 40~45HRC  45~50HRC 50~55HRC  55~62HRC
Stainless steels Cast irons o~ Pre-hardened steels  Pre-hardened steels  High-hardened steels  High-hardened steels
) ! c;gg:' 53%5 %gménogeig 40-45HRC 45{50HHC ! 50*’55HF|C ! 55-62HRC
Alloy steels Alloy steels
<30HRC 30~40HRC
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The cutting edge shape was reviewed for TD4N so that remains are reduced.
This enables the load on the next process to be reduced by up to 40% compared to conventional products.
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+ Since it is difficult to create tool shape definitions in CAM for the complicated
cutting edge shapes of high-feed tools, in many cases the tools are used with
the definition for a simple R radius tool. The differences between this definition
and the actual tool shape result in remains that cannot be checked on CAM and
become more work for the next process.
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Maximum remains 0.5mm Maximum remains 0.2mm
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Features Economical 4-corner inserts with chip breakers for various applications
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+ By making it possible to use both the front and back sides of inserts, 4 corners can be used. The N
inserts are provided with a large rake angle which exhibits an excellent cutting force reduction effect
even when compared to general positive-shape inserts.

O 4?#"‘7[1—770)4%5 Features of insert breaker

C 7[/_73 C breaker | tﬂhﬂ%ﬂ?)&kﬁﬁﬁ

Lt DIBHERIIEEED A > B — s (EDNW. EPNW. WDNW. SDNW)  Magnified view of cuting edge cross section
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Corresponds to our general high-feed-type inserts (EDNW, EPNW, WDNW, SDNW), Positive rake angle
and is resistant to chip jamming, vibrations, and crater wear.
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Enables reduced cutting force when cutting work materials such as stainless steels,
etc. that require free-cutting performance.

o %EEEH'M] IFﬁ ‘fyﬂ'_ ha)iﬁﬁ Features of insert for high-hardness materials
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High-precision G-class insert suppresses dispersion in tool life.
Employs JP4105, a grade for high-hardness materials which provides long service life for
machining 50HRC or harder matrials.

| tﬂﬁ‘];ﬁﬁbbﬁ Comparison of cutting force |

ﬁ*%t@lﬂ%ﬁttﬁ Tool life comparison with conventional products |
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Features Large tip diameter for excellent handling
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Photograph of machined
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+ Compared to conventional high-feed tools, TD4N has a large tip (I5vRTIUP)
diameter, which suppresses the generation of remains which easily (Flat area)
occur on the bottom surface of machined areas. In addition, since the 8= Z &
cutting width (8e) can be set to a large value, this is also effective for T:F;.*ﬁt HIDBEURESS L
n q P o4 oolldiameten L Remains Y,
improving machining efficiency.
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Excellent chip discharge characteristics
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+ Reduces the occurrence of sudden problems due to jamming of cutting chips. In addition, good chip removal makes it possible to further improve cutting performance.
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If cutting chips are not discharged well,
jamming of the cutting chips between
the tool and wall occur, which can
become the cause of sudden damage
such as chipping, etc.

HUBINTLSYIDLTF EHIJJFH:.‘**’L'CM%EJD(?

Crushed cutting chips : Cutting chips which were discharged well
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Features Lineup of insert grades

Good chip discharge characteristics are
| achieved by providing large chip pockets
and controlling the chip discharge direction.

PVD Technology Elfgo%i{iRpgj:hlélﬁ?aiﬂet%ﬂaterials J P 4 -l O 5
© MHEFEEICEBNCBMABERN CH O—T VI TAJO—FT U | DFRRIC LD MEE M ZR LS B F U,
@ S0HRC~DEEEH QYR T CEFEEICBNETT .

- Employs an ultra-fine cemented carbide substrate and the new "AJ Coating" to improve wear resistance.
- Excellent wear resistance when machining high hardness materials of 50HRC or higher.
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Grade for machining pre-hardened or hardened materials
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- Employs a fine carbide substrate with an excellent balance between wear resistance and toughness and the new "AJ Coating" to provide improved wear resistance and chipping resistance.
+ Highly versatile with excellent wear resistance and chipping resistance when machining steel materials with hardnesses of 30 to 50 HRC.

P Tecmoosy AT YUZBIHAMIBHE  MATE0

Grade for machining stainless-steel materials
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+ Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and chipping resistance when machining stainless-steel materials.
+ Reduces the welding to work material that occurs when machining stainless steel materials.

PVD Technology Z@n; g?)ge:fg gjj (S LJ S 4 O 4 5
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- JS4045 adopts heat resistant layer, reduces the crater wear by high-speed cutting.
-+ JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
- Improves tool life on dry cutting.
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+ Smooth surfaced a-Al20s layer 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 layer with fine columnar structure.
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Line Up
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Numeric figure in a circle {: and Alphabetical character comes in a square {} .
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(Undercut type) a 2 8 I7—7UdE
With air hole
Ll APMX=1.0mm
e ) AmId—R 1 | WA i Size (mm) AR BEA VY — ~ ﬁ%ﬂ\ﬁiﬂgﬁéﬂ)
Type ltem code Swock| s | DCX | DC | LF | LH | LS [DCONMS| shape Recommended insert retall pice (¥)
TD4N2016S-2 @ 2 16 10 100 30 70 16 | Fig.1 40,650
TD4N2017S-2 * | 2 17 1M 100 30 70 16 Fig.2 46,000
TD4N2018S-2 * | 2 18 12 100 30 70 16 : 46,000
TD4N2020S-3 ® 3 20 14 130 50 80 20 |FigA 52,410
5 I¥ TD4N2021S-3 * | 3 21 15 130 50 80 20 Fig.2 57,000
21 TD4N2022S-3 * | 3 22 16 130 50 80 20 : 57,000
&« ? TD4N2025S-4 ® 4 25 19 140 60 80 25 63,230
s TD4N2030S-4 * | 4 30 24 150 70 80 32 |Fig. 73,000
o ¥ TD4N2032S-5 ® 5 32 26 150 70 80 32 75,240
=7 TDAN2035S5 |, |5 | 35 | 20 | 150 | 45 | 105 | 82 |_. .| ENMUOGO3ER-8/C | 79.000
= % TD4N2040S32-6 | @ | 6 40 34 150 45 105 32 ’ ENGUO603ER-C 86,600
24 TD4N2016L-2 ® 2 16 10 150 50 | 100 16 |Fis.1 46,340
7 TD4N2018L-2 ® 2 18 12 150 25 | 125 16 |Fig.2 40,650
TD4N2020L-3 ® 3 20 14 160 80 80 20 |FigA1 59,620
o0 TD4N2022L-3 ® 3 22 16 160 30 130 20 |Fig.2 52,410
&>/ | TD4N2025L-4 ® 4 25 19 180 | 100 80 25 |FigA1 66,730
g TD4N2028L-4 ® 4 28 22 180 35 145 25 |Fig.2 63,230
TD4N2032L-5 ® 5 32 26 200 | 120 80 32 |FigA1 77,950
TD4N2035L-5 ® 5 35 29 200 40 160 32 |Fig.2 78,980
TD4N2040L32-6 (@ | 6 40 34 220 45 175 32 |Fig.2 90,850
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Numeric figure comes in a circle ;.
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—lzecrom | | 4 AR
BEI—F || 98 3T 3 Size (mm) am oy PR
Iltem code Stock | figes | DCX DC LF L1 L2 |DCONMS|DHUB | THSZMS |DRVS Recommended insert retail price (¥)
TDAN2016M-2 | @ | 2| 16 | 10 | 25 |55 | 17 | 85128 M8 | 10 40,650
#TDAN2017M-2 | % | 2| 17 | 11 | 25 |55 | 17 | 85128 M8 | 10 46,000
#TDAN2018M-2 | @ | 2 | 18 | 12 | 25 |55 | 17 | 85128 M8 | 10 40,650
TD4N2020M-3 | @ | 3| 20 | 14 | 30 |55 | 19 | 105 17.8| M10 | 15 52,410
#TDAN2021M-3 | % | 3 | 21 | 15 | 30 |55 | 19 |10.5/17.8| M10 | 15 52,400
#TDAN2022M-3 | @ |3 | 22 | 16 | 30 |55 | 19 |10.5/17.8| M10 | 15 52,410
TDAN2025M-4 | @ | 4 | 25 | 19 | 35 |55 | 22 |12.5/20.8| M12 | 17 63,230
+TDAN2026M-4 | * | 4 | 26 | 20 | 35 |55 | 22 125/ 20.8| M12 | 17 | ENMUCCOStRB/C 1763230
#TDAN2028M-4 | @ | 4 | 28 | 22 | 35 |55 | 22 |12.5/20.8| M12 | 17 63,230
TDAN2030M-4 | % | 4 | 30 | 24 | 40 |6 | 23 |17 |28.8| M16 | 22 63,230
TDAN2032M-5 | @ | 5| 32 | 26 | 40 |6 | 23 |17 |28.8| M6 | 22 75,240
#TDAN2033M-5 | % | 5| 33 | 27 | 40 |6 | 23 |17 |28.8| M6 | 22 78,980
#TDAN2035M-5 | @ | 5 | 35 | 29 | 40 |6 | 23 |17 |28.8| M16 | 22 78,980
#TDAN204OM-6 | @ | 6 | 40 | 34 | 40 | 6 | 23 |17 |28.8| M16 | 22 86,600
#TDAN2042M-6 | @ | 6 | 42 | 36 | 40 | 6 | 23 |17 |28.8| M16 | 22 90,970

[FE] xEBBY vV Iy NCERIDETFENGDFEA.
EVAS—IWERY v/ PN\ EDEFIHREHRURUBICHEBRIEZERULEVTLEEL,
[Note] When 3% and carbide shank are used together as a set, there is no interference.
Do not apply lubricants to the threaded section or end surface sections in contact with the dedicated shank/arbor for modular mills.

*EN : FEROZHEEER TT. * - Stocked Iltems of New products. @FE : {Z#EER TT. @ : Stocked ltems.
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Numeric figure in a circle ": and Alphabetical character comes in a square {} .
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Stock | 402 ) uggested
Type Item code fues | DCX | DC |DHUB| LF [CBDP|KWW/| b |DCONMS|DCCB| Recommendedinsert | roiprice (¥)
RE
AYFUAX I TDAN2050B-6 | * | 6 | 50 | 44 | 47 | 50 | 19 | 8.4|5 |22225 17 100,000
Internal diameter
inch size ENMUOG603ER-B/C
RE ENGUOG603ER-C
SUTAZ | TDAN2050BM-6 | % | 6 | 50 | 44 | 47 | 50 | 20 [10.4| 6.3 | 22 | 17 100,000
Internal diameter
mm size
[FE] 7—/BRALRHGBLEEA.
[Note] Arbor screw is not included.
12J9—F =
_ INSL T _ INSL T ) INSL T
e ICo\PE s ToNEREN < ICa R
e Y E NCoERIE ~ _ANSSLRES
Fig.1 ENMUOG603ER-B Fig.2 ENMUO603ER-C Fig.3 ENGUO603ER-C
ﬁm Carbon steels - . .
—RRUE - SS—iELE
M SUS%SUS’ s . - Genﬂe%a{?c:lutﬁt\ig. F%recj%nf\dauon
FC - FCD castirons | [ [ L —RRLDHI - sE_ s
— General cutting, Second recommendation
%@E*ﬁ' Hardened steels . IEI
o - AJT—F A% nicoaing BI-Fosg s I-F Vs F K Size )| gk E%;(J%
ltem code Tolranceciass | JP4105 JP4120 JM4160 JS4045 | GX2140 | INSL | W1 T Shape Suggestediretailpricel()
ENMUOG603ER-B M 4% ([ J ( o o Fig.1 1,500
ENMUOG603ER-C M ([ J ( ([ o 10 6 3.7 | Fig.2 1,500
ENGUO603ER-C | G | @ Fig3| 1,940
(8] GXO—F4 V0. JSOA—F VI FBER I v F VU —ICRBULFEADTTEFRLIEE L,
[Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
BadEsS I
2R 557U RS )1— QU B =LA
Parts Clamp screw Screw driver Screw anti-seizure agent
[EE]
Q@ 55 TRURERRTY. ERBECLUSRESEEL
R MUY | TR FELINFE FLIG LETOTEDOMESBORLET.
T2 Fastening | % (F3) 4% (M) 4% (M)
(N-m) re?;?gﬁzt:&) reii?ﬁﬁi‘:&) re?:i?gﬁg:ae&) [Note]
= = The clamp screw is a consumable part. Since replacement
ﬁnuj_h T08-2507A 11 1.100 104-T8 1.980 P-37 1.120 life depends on the use environment, it is recommended that
Item code : ’ ’ ’ it be replaced at an early stage.

% 2023F 12AXDMETDISVTRUZEZEELF U, % The included clamp screw has been changed from Dec. 2023.

*EN : FEROIZEEER TI. * : Stocked Items of New products.

OFN | IZEFERTY, @ : Stocked Items.
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Recommended Cutting Conditions

HIRFIEE 1B FET I, *Redindicates primary recommended insert grade.

*ﬁﬁlﬁj‘ ?Ei%’ﬁﬂi IE?% DCX Tool dia. d)] 8(24&% flutes) (DEO(SW}] ﬂules) ¢25(41Q3‘] ﬂutes) ¢32(5W§9 ﬂutes) (D40(6*5(7‘J ﬂules) d)50(67f5l3~3 ﬂutes)
Work material | Recommended | 28| 8 overhang | ~ 3DCX [4DCX~7DCX| ~ 3DCX |4DCX~ 7DCX| ~ 3DCX [ADCX~ 7DCX| ~ 3DCX [4DCX~7DCX| ~ 3DCX 4DCX~ 7DCX|~ SDCX|4DCX ~ 7DCX
_ 1 (min-1) 3380] 2990|2710 2390] 2170] 1910|1690 1490| 1350] 1190 1082 955
pRERA - Ve(m/min) 170 150 170 150 170 150 170 150 170 150 170 150

a2 | X Vi(mm/min) 6760 4780] 8130 5730| 10410] 9160/ 10140] 8940| 9720] 8560 7792| 6875
camonsteels | GX2140 [fz(mm/t) 1 0.8 1 0.8 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2
Aloysteels | JS4045 |@p(mm) 0.6 0.6 0.6 0.6 0.6 0.6 0.5 0.5 0.5 0.5 0.5 0.5

<30HRC de(mm) 10 10 14 14 19 19 22 22 28 28 35 35
Q (cma/min) 41 29 68 48 119 104 112 98 36 120 136 120
N 1 (min-1) 2990] 2590] 2390] 2070/ 1910 1660] 1490] 1290] 1190] 1040 955 828

Sz - Ve(m/min) 150 130 150 130 150 130 150 130 50 130 150 130

TE# | ypa120 [Vimm/min) 5980] 4140] 7170] 4960| 7640] 6640| 7450] 6450| 7140] 6240] 5730] 4966
Nloysieds | e pne [f2(mm/t) 1 0.8 1 0.8 1 1 1 1 1 1 1 1

Tool steels ap(mm) 0.6 0.6 0.6 0.6 0.6 0.6 0.5 0.5 0.5 0.5 0.5 0.5

30~ 40HRC ae(mm) 10 10 14 14 19 19 22 22 28 28 35 35
Q (cm#/min) 36 25 60 42 116 76 82 71 100 87 100 87

TUN—RVE 1 (min-1) 1990]  1790] 1590] 1430] 1270] 1150] 1000 900 800 720 637 573
N ' Ve(m/min) 100 90 100 90 100 90 100 90 100 90 100 90
E: JP4120 [Vi(mm/min) 3980] 2860|4770 3430| 5080 3680| 5000 3600 4800] 3450 3820| 2750
Pre-Hardened )S4045 [Z(mm/t) 1 0.8 1 0.8 1 0.8 1 0.8 1 0.8 1 0.8
Aloy steels ap(mm) 0.6 0.5 0.6 0.5 0.6 0.5 0.5 0.5 0.5 0.5 0.5 0.5
40~ 50HRC ae(mm) 10 10 14 14 19 19 22 22 28 28 35 35
Q (cm#/min) 24 14 40 24 58 35 55 40 67 48 67 48

1 (min-1) 1990]  1790] 1590] 1430] 1270] 1150] 1000 900 800 720 637 573

ZFILUR Ve(m/min) 100 90 100 90 100 90 100 90 100 90 100 90
Vi(mm/min) 3980] 2860] 4770 3430] 5080 3680| 50001 3600 4800] 3450 3820] 2750

St soats | JM4160 ;z(mm/t) 1 0.8 1 0.8 1 0.8 1 0.8 1 0.8 1 0.8
p(mm) 0.6 0.5 0.6 0.5 0.6 0.5 0.5 0.5 0.5 0.5 0.5 0.5

SuUS ae(mm) 10 0 14 14 19 19 22 22 28 28 35 35
Q (cm#/min) 24 4 40 24 58 35 55 40 67 48 67 48

1 (min-1) 3980 3580|3180 2870] 2550 2290] 1990 1790| 1590] 1430 1273] 1146

s Vc(m/min) 200 180 200 180 200 180 200 180 200 180 200 180
Costions | JPA4120 |Vi(mm/min) 9550| 7160] 11440 8610] 12240] 9160 11940] 8950| 11440] 8580 9167 6875
FC GX2140 [Zmm/) 1.2 1 1.2 1 1.2 1 1.2 1 1.2 1 1.2 1
ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6

FCD ae(mm) 10 10 14 14 19 19 22 22 28 28 35 35

Q (cma/min) 76 43 128 72 186 104 210 118 256 144 256 144

1 (min-1) 1590] 1390|1270/ 1110 _ 1020 890 800 700 640 560 509 446

1 A NSE Vc(m/min) 80 70 80 70 80 70 80 70 80 70 80 70
Homerdened | JP4105 |V(mm/min) 1270 890| 1530 1070/ 1630] 1140 1590] 1110] 1530] 1070] 1222 856
s JP4120 [ZmmA) 0.4 0.32 0.4 0.32 0.4 032 0.4] 032 0.4] 032 0.4 0.32
50~ E5HRC ap(mm) 0.3 0.2 0.3 0.2 0.3 0.2 0.3 0.2 0.3 0.2 0.3 0.2
ae(mm) 10 10 14 14 19 19 24 24 30 30 38 38

Q (cma/min) 4 2 6 3 9 5 11 6 14 7 14 7

1 (min1) 1190/ 1190 950 950 760 760 600 600 480 480 382 382

Vc(m/min) 60 60 60 60 60 60 60 60 60 60 60 60

AN Vi(mm/min) ~720] ~570] ~860] ~690] ~920] ~730] ~900] ~720] ~860 ~690] ~ 688 ~ 550
ighthardened | o g 0 [F2(mm/t) ~0.3] ~0.24] ~0.3] ~0.24] ~0.3] ~0.24] ~0.3] ~0.24] ~0.3] ~0.24 ~0.3] ~0.24
steels a (mm)\55~57HRc ~0.3] ~0.15 ~0.3] ~0.15] ~0.3] ~0.15 ~0.3] ~0.15| ~0.3] ~0.15| ~0.3] ~0.15

55 ~ 62HRC PimM)[F8~62HRC] _~0.2] ~0.1] ~0.2] ~0.4] ~0.2] ~0.4] ~02] ~0.1] ~02] ~01] ~0.2] ~0.
@e(mm) 10 10 14 14 19 19 24 24 30 30 38 38

Q (cm3/min) ~2 ~1 ~4 ~2 ~5 ~3 ~6 ~4 ~8 ~4 ~8 ~3

LEE) [Note] ae
Qmﬁugﬁuﬂu%z}s‘égk;ﬂggl—cégggﬁﬁ Zy E&{%}Eﬁ ;%(Ra;/\ @ rg:ghfrnﬁgasa;;;%priate coolant for the work material and
29D % B C FHEDERER DT,

FEONTCENIIR, BN, BREHECEDRHEBBLTLE, ol machiney tondons piease adust ina. parametbrs i

HIC, BUHIZEMS, FRRZNUSEVIIIEE T THEPRBHIEBESDRICE FEESS(C  according to your actual machine and work-piece conditions.

Especially when the chip discharge or vibration is a problem in

VRIS ZRE LTS, Slotting or near machining, please adjust the cutting conditions as follows.

- OGRS ap & 50 ~ 70% [ FF 2. R e o e 5? t)0a7n(21\%f’e d rate(vf) to 50 to 70%

- @I n ET—TILEDE Vi %Z 50 ~70% ICTFIF B, Ploaaa e e X Comtin e aating d - d
OOXT—F4T4.JST—F 1V GRERS v F T —[CRISLEBADTTEE AL, e sonsorac o X Coating and JS Coating do not cause a reaction in conductive
@ [JP4105) BBBEMEM[HEC, EHICIELZEA, ) ) © Te machmabiIn of Nardenes Siocis (38 SHIC) can ity Signfcanty daponding
@&ﬁN’_lilﬂ (55~625RC)‘. Ig‘\ imE’pIE%E'Hj bzkﬁ:ot?&ﬁﬂ'l&b\ki<EE%>%§D‘ED§B} mT on the particular steel type and tool overhang. Adjust the table feed rate and cutting

Y (= T EVE 1ATHARC Gl E CCVUlo e| 0 suit machining conditions.

WRICEDET TIVEDEBEYIAFHRE ap ZRBULTLEEL depth ap to suit machining condit
®auHEIEl. BHUNRWVMEEROSERIHEICIE [IM4160] #HELET, ® El\oﬂrﬁggr]gly interruptgddcutting, when unsupported length is long, or for wet cutting,
D GX2140 3EHXTHI TREAL T LE L, @ GX2140 should bé used for dry cutting.
@YD FIHFHAHC LD TEBZRHLEDD, UFT7—TO—FILLBYDKFIREZITOTLREEL, ®To prev_engltool damage due to chip clogging, always use a chip removal method such
©1 79— FDORIBFRHIAL. BEDEAIC & DRBEHLLTEEL, g Esanalrblower, otc. @ @ eertatthe correct fime fety of the tool-bod
OTRICHIBBLO OO TR 0 ERLET. The following equstion can be used o determine the metal removal rate per unit e Q:
Q(cm3/min)=ap(mm) X ae(mm) X Vf(mm/min) /1000 Q(cm3/min)=ap(mm) X ae(mm) X Vi(mm/min) /1000

O 1@%5“7]]@]&’\') jJ)ldJI]I%‘:OL ‘-( Regarding ramping and helical milling diameter
ISEDCX (MM | 16 |18 | 920 | 922 | 925 | p28 | 32 | ¢35 | p40 | p42 | 50

Tool dia.
— Sonamme () 08 | 08 | 08 | 08| 08|06 05 05|03/ 03|02
BRI 6 | mag  |[NJZTE (MM) 9430 28~34| 32~38| 36~42 | 42~48 | 48~54 | 56~62 | 62~68 | 72~78 | 76~82 | 92~98

Ramp angle 8 Ramping

1BABEDDEHAFREE ap = 1mm LITFEUTLZEL),  Cutting depth per rotation should be set to ap = 1 mm or less.
[ER] O+ <FHRRZETL). EREIRBHNEVCEERRDSR, HEATIEESHOBILET,

OIENAELF LEEEEZEBAEUVMRICEREL TSV, TER P35 FTIE 0.5 AT, 040 U ETE 0.2 IFTOFERAZEHRELE T,
AU LA @FUEN LEEENDBEIFTINESDIFTTINIUTZE L,

Helical miIIing [Note] @ It is recommended that the tool be used while performing sufficient chip removal and checking that there are no abnormal vibrations.
@ The ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 0.5° or less for tool diameters up to 35, and 0.2° or less for tool diameters ¢40 or more is recommended.
® For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

O 7]']17 (] 7 7-L\1,EEE_I:0)I$ 2 ,m Points requiring care when creating the machining program

-CAMTRR20DS Y7 RAEKRELTIERRE JOYS5ZVS R |HIDELE [ BLAHE
EELTR L, "l | o | G
+ In CAM, define the tool shape as an R2.0 radius shape. R30 0 04 WinFELE
R2.0 0.2 0 Remains
R1.5 0.3 0 & (FOFSZVIR)

m - - (Programming R)



gﬁél\%(;g

(m]mm|
Field data

01 DUIH# FEﬂ *Eﬁ Shortened machining time

l Bfi#EAN T interrupted machining l

30minIIH S e o ting [ %% Bl #4 work material]
g TUN—=R 4 Pre-hardened steels (40HRC)
- KEFHIE TooI]

TD4N2032S-5(¢32-5#H 5 flutes)
ENMUOG603ER-B (JP4120)

VBmax=0.08m | ﬁm
1Th30MinDIMITIFEZFHI30mMIinICEEHE 90-minute machining time shortened to approx. 30 minutes.

WJE"J%#F Cutting conditions]
Vc=100m/min
vf=9000mm/min (fz=1.8mm/t)
apxae=0.6x20mm

T 7770— Air-blow

02 I = % &E Improved tool life
Ry T i u
[ #7490 roam | OO SRS | | R 4 Work materal
; R carbon steels
”ﬁﬁﬁlg TooI]

TD4N2020S-3(¢20-3#F 3 flutes)
ENMUOG03ER-B (JP4120)

VBmax=0.173mm |_2mm _|

[tﬂ'ﬁ"]%ﬁ: Cutting conditions]
vc=140m/min

vf=5000mm/min (fz=0.75mm/t)
apxae=0.8xX10mm

KB MELIEIE Emulsion oil

**U’E?ETEI( EﬁgﬁE”uIE%T Completed machining with normal wear without large chipping.

l EEE ST Hardened steels machining Cutting edge condition
60m|n7jl]If§ after 60 minutes of cutting

@ VBmax=0.076mm

( # Bl 3 work material]

IRANH High-hardened steels (60HRC)
KEFHIE TooI]

TD4N2025M-4(25-4 3 4 fiutes)

ENGUO603ER-C (JP4105)

T e

[ imm |

[tﬂ‘ﬁ“%{# Cutting conditions]
Vc=80m/min

vf=1220mm/min (fz=0.3mm/t)
apxae=0.2xX15mm

I.77 70— Air-blow

60m|n7]I]I1§’E:F§ﬁfJ‘lJ\"'(.‘ﬂi‘ﬁtJJ ﬁuﬁ.rﬂu Even after 60 minutes machining, wear is small and possible to use continuously.

03 7577 ﬁ“ﬁb‘gg L ‘ﬁiﬂf@'ﬁﬁ%’gbﬂ I High-performance machining when clamp rigidity is weak.
l &5 7RI Low clamp rigidity l fEFRERB Conventional B [ # 4l # work material]
— % 4EiE R Mmild steels
[EFHIE Tool]

TD4N2032S-5(¢32-58H 5 flutes)
ENMUOB03ER-C (JS4045)

200 10T
Machining of 200 pcs.

2007”"1&':8(:‘:5@%73"]‘3(E&? Even after machining 200 pcs., wear is small and good.

g*i-léﬁ-ii D IE:@E‘( -J j- “J 7 High-feed tools lineup

VBmax=0.075mm

[tﬂﬁu%ﬁ: Cutting conditions]
vc=200m/min
vf=8000mm/min (fz=0.8mm/t)
apxae=0.5x20mm
KBMELTEIR Emulsion oil

%R Feature )L Holder A > — B Insert JO045
Eilpay BEE | SRE | BEE BER g e = |45 R| APMX

Troe Q=) | GoELY | wm | iy | LHE o—rm| mwk RERRS|IZUI R0

Economical | High accuracy | Supportsforhigh- | Efficiency (mm) No. of corners Shape circle code | (mm)

(No. of corners) | (Less uncut remnants) hardened steel (No. of Flutes)
O 2
. —— O SRES ~
TDAN g © O | _gohRe|MEEED | ¢16~40 4 & 06| 20 | 1.0
multiflutes
O 06| 2.0 1.5
ASR %X O = s _ P ) )
Multi-Flutes p O ~62HRC H,?gﬁ%fzzgy ¢16~66 2 bﬁ 121 3.0 2.0
multiflutes g . .
ASRF-mini g ©) ~620HRC ;ﬂm%ml $20~63| 4 = 07| 20 | 1.2
O O

L R © | ~60HRC | A cenera| #20~100) 2 & s 20

ASRT 8 © O | _6oHRC | M corera| #25~100] 3 A | osa 2.0
O O

ASRF ‘ o 60URC | U oo | #32~100| 4 = 12| 45
? _ O - 14 1.5
TDBN e O | ~BOHRC | symamem| #50~125| 6 | ) @ 6 ., |80
oD O O _ 12 ’ 1.2
TRAF §a% o ~BOHRC | R Generat| $327125| 4 . 15 2.0

¥ EEELSHCBRMI AT EZSHS AV FvILTEDFT,
xTEMROHFMICOVTIIREHIOT T3 R—LNR—I THRRZHELLETD,

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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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 B2LEDTEE Atentonson Safety

1. Attentions regarding handling
@ 5) HPSEY) 13 BEEANDETH3VIRFOIBEANFEL TRHEELEVWE (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.
@)1 9—het |~L, TEREL AT 315481 ThFIERF CEEMALVEIISEEL TEEL, (2) When actually setting the inserts, be careful not to touch the cutting flute directly with

B IEOEE your bare hands.
b = . . g
: TAH b Dy T T REIAT > TR P— N EAOBR{HIFoReEIC 2. Attentions regarding mounting
g B tre = g (1) When preparing for use, be sure that the inserts are firmly mounted in place and that they
B (M A AT are firmly mounted on the arbor, etc.
BICRHER ST X OREID EBRT (2) If abnormal chattering occurs during use, stop the machine immediately and remove the
cause of the chattering.

EEEOCEE ¢ :
(1) DI T BLas 50 (IR O - BB ST, B3 s, SIattentionsiduringluse

e 1) Bef b i he di i irecti f i f th | illi k
(2):5, IS EOMIE L. FLMEED T EFOEZ % A s AENES. (1) mztc;?a#se confirm the dimensions and direction of rotation of the tool and milling worl

ERBHMORINED/NSVEE S DS THOIERICISU THIRIR A EEEICREL TTER (2) The numerical values in the standard cutting conditions table should be used as criteria when
{F2EW, ) starting new work. The cutting conditions should be adjusted as appropriate when the cutting
Q) 1Y —rRIBHDOMHTT , CREAHICHIAL (RET 250 HUET, if LT RELT depth is large, the rigidity of the machine being used is low, or according to the conditions of
BIENBNET, ChODTRAMZIEEE LB, MEHBVRBICA-TEFILZBNAY the work material.
HNETOT. TEEZFEAFIEZOEABEICKRLH/N—ERTT. 1%&&)73\ REDREELERL (3) The inserts are made of a hard material. During use, they may break and fly off. In addition,
TRELBET COEEEBEOWLET. cutting chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage
CBRRBROBROSDEZATIHERLEVTEE, from such flying pieces, a safety cover should be installed and safety equipment such as
 AAGEMEIERIE. K DBID B4 ETDTEBLEVTEE, safety glasses should be worn to create a safe environment for work.
= 3 3 + Do not use where there is a risk of fire or explosion.
@ >I_ ’EZKEE?EE’JLJ?HJ%FEL EA LRIV _( . By N - — + Do not use non-water-soluble cutting oils. Such oils may result in fire.
CTEICALT. R EOMES - READ S - ZOMIHERDBIEULS| 7U—F 1 VILEHTHER A (4) Do not use the tool for any purpose other than that for which it is intended, and do not modify it.
BEVEDELEL,

et MOLDINO pe——————rr iy

https://www.moldino.com =1 0120-134159
MOLDINO Tool Engineering, Ltd.

At T130-0026 ERAEARMEL-31-11(E2—UyoHEE LK) TR#&EE7—5~—2 [TOOL SEARCH]

2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: & +81-3-6890-56103 FAX +81-3-6890-5128

RRE¥PT 0368905110 FAX03-6890-6133  EffEEZFT @ 054-273-0360 FAX054-273-0361
HibE% B®022-208-5100 FAX022-2085102  &EEEZHM B 0526879150 FAX052-687-9144
ImBE%A ®0258-87-1224 FAX0258-87-1158  ABREZFF ®06-7668-0190 FAX06-7668-0194
REIRE®FT T0294-889430 FAX0294-88-9432  FRMEZFT B 082-536-2001 FAX082-636-2003
REE%ER B026821-3700 FAX0268-21-3711  FuMEZFT ®092-289-7010 FAX092-289-7012
JLESRE%AR T 0276-69-6001 FAX0276-59-6006

) |2ER B 046-400-9429 FAX046-400-9435

3—0v/\,/MOLDINO Tool Engineering Europe GmbH ltterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
7 X1 73,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
A%< /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
7S¥)b./MNMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista — CEP 01333-010 Sao Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506- 567/
MMC Hardmetal (Thailand) Co. Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klongton, Klongtoey, Bangkokmlw Thailand TEL:# -661
</ MNC Hardmetal India Pt Ltd. H.0.: Prasad Enciave, #118/119, st Foor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industrial Suburb, Yeshwanthpura, Bengaluru, 560 0 Kama{aka India M +91

B AMiRI32024 5 12A2ERE R DB RBUIRE D BEMERRL THIET . FER YR -BUEOLDICHABREE TP BIET . ?
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