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The groundbreaking TR4F type, with cutting depth of 2 mm x 2 mm feed rate per tooth 205747
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Selection of close pitch type The definitive type
—even with

Even with interrupted cutting

RIFIcL !

High chipping resistance
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Cutting depth Feed per tooth
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Tool performance that maximizes the machine’s full capabilities Even in chips

BED- P — RO EEICAL RS E TR LSS 1 g |
Rugged cutting, regardless of load, thanks to the unique insert shape
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attains a remarkable chip removal
40 rate of 740cm®/min!

D
o
o

N
o

FHET [%]
Spindle load

N
o
o

2.0 25 3.0 35
1HALUDDEDE fz [mmi]

Feed per tooth

b < FHEHE Q [cm3min]
Chip removal rate
N
8

[t’]ﬁ“%ﬁ: Cutting conditions] TR4F5000ﬁ;

T B Tool dia. :¢63. YIHLEE cutting speed :Vc=130m/min

YHAIHE Depth of cut :@pXa@e=2.0x40mm

#EIFF Work material :="'JJ\—R>/#ffl (30HRC) Pre-hardened steels (30HRC)

SRR Machine - #EBU3EIM/C (BT503%H 37kw) 3-axis MC horizontal type (BT50,37kw)
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for rough machining Deep cutting
large molds
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Even with wall face processing
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Prevents scraping
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Chip ejection path away from work surface

' Py ITU AN ER DT
= B T TR OB

FNLHEHDD BNCEHTY

Prevents scraping due to chip breakage and
bending, which often occurs during wall
face machining, whether cutting up or down.
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WJEU%#F Cutting conditions] TR4F5000”§

TE1% Tool dia. :63. YIHBRRE Cutting speed :Vc=100m/min

1FEDODIEDER Feed rate :z=2.0mm/t. TIAHE Depth of cut :@pX8e=2.0x37.8mm
#HIAE Work material ;U \—R 2/ (32HRC) Pre-hardened steels (32HRC)
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Roughing technique achieves “super” high-feed cutting.
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Exclusive high-efficiency cutting, |
resulting from unique insert and body shapes — L

TRAFEDBREFEMLERS TlEDFREICHIHAZ UET 5

TR4F type to meet specific challenges posed by high-efficiency cutting

REDIIITRIAMIZ{ToTLShi,
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Although high-feed cutting is performed for shaping,
resulting severe chip clogging and biting may reduce shaping efficiency.
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Proposed solutions

EID< SR RO I AT AR SRR,

gg Il:tll LJEGJEL\HZ:{*%B@HDI? Et]_] D < T%gf D ° uﬁ‘j&ﬁ&%ﬂﬂi%? o Generation of smooth twist-free chips

Adopts new body shape to enhance chip removal.

Suppresses chip clogging, even when cutting long overhangs. ﬁE;EII:l:II:I TR4Fﬂ2
Conventional tool TRA4F type
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Offers excellent chip removal performance thanks
to large open pocket.

[tJJE'J%ﬁ: Cutting conditions]
T E1Z Tool dia. : 63
YIEIREE cutting speed : Ve =130m/min

MBEOKUNIRZRA.

IRCERDHETOYIOLSdHAH = 1D DEDE Fecd rate  Fz=1.0mmit
MELET . EAHE Depth of cut © @pX@e=1.0X38mm

) ) #HEI# Work material : S50C (220HB)
Adopts unique constricted shape.
Suppresses chip clogging between tools and wall surfaces.

CTHRIU B b <LFHENZd>Y b O—-IL T DN FERE

Point Cutting edge designed to control chip flow

OtINIEEZFIE(EL. BEEAINEHWVICK LD FFRNERRLE UL,
IO FOEREFNSEED EMEIHAH NI T

Optimizes cutting edge design to achieve smooth chip removal flow; keeps chips away from wall surfaces.
Suppresses clogging from the time chip generation starts.

SR 71 (BEE D~ = BETIRIC
5ﬁ/uqkl:1$oétﬂb<j zjejn?rjeie?icfijlfped chips

Helical chips spreading in
peripheral direction
(on wall surface side)

ﬁ*ﬁ: Conventional tool TR4Fﬁ2 TRA4F type
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2| o3| AFULZAE TUN—RUH BANC#E BEANSE | Applications
o] THR# BEANM#  45~50HRC 50~60HRC
35~45HRC

Copper Carbon steels  Stainless steels Pre-hardened steels Hardened steels Hardened steels
Alloy steels Tool steels Haaclse.ggﬂ rilgels 45-50HRC 50-60HRC

I eARARTRODCHER !

Proposed solutions

Roughing

FRMITRZOMNRIEDTHICHFHTBETIEREMZETA LT,
XD CTIIRAZRERUEWLD,
TEHNEFGICIEOTULEL, HBMODENZEFRIETEREL,
New equipment installed to improve the efficiency of the roughing process.

The goal is to reduce machining times with high-feed cutting. But higher feed rates reduce tool life
and keep the machine away from delivering its full potential.
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Developed a unique insert shape. Performs stable machining despite large cutting load generated during high-feed cutting with large cross-sectional and constraint areas.

OB DAFEDEN S ZRAL HIBOUUDIRE ZHIH LE T .

Adopts unique unequal pitch method to reduce chattering during cutting.
4 (=1 A
ek TRAFH

Conventional tool TRA4F type

Cross-sectional
area
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Constraint
area

100%
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Secures insert strength and constraint force by enlarging cross-sectional and
constraint areas even in high-load cutting.

CTHRAV K

Axial depth of cut

A BEYHAHFE [mm]
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BDEIGETORFANARSE (L/D=6)

Comparison of the maximum depth of cut (L/D=6).

VUDIRENEHNHILT
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0.2 Reduces chatter to improve Conventional tool (equal pitch)
. efficiency by roughly 20%. 4oy
-~ 7[‘#53\%]5: Unequal pitch

600 650 700 750 800 850 900
EEHOEREY [min]

Spindle speed
[tjjﬁu%ﬁ: Cutting conditions]
T EfR Tool dia. 150, FH No. of Flutes - 4 #H 4 Flutes.

fz=1.0mm/t. @e=35mm. OH=300mm
H#EEI#F Work material © S50C (220HB)

O VY —hEREFREIEYF TEINT DI LICKD.
UUDIREIDEER CTHDERMIRE ZIHILET .

Unequal pitch reduces a vibration, a major factor of chattering.

Point Meets the requirements of various applications and steel types.

@B D Y —NRERAREUINIERETC KDIEL VN TRZREICKH N LE T,

+ The unique cross-sectional shape and cutting edge design of a single insert meets the needs of a wide

range of cutting modes.

EEBMES A Ty T TRILVEEIRICHINLE T .

- Diverse lineup of insert grades to meet the demands posed by a wide range of work materials.

RZiAdr

> '/ Die-sinking
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Ramping Vertical
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Numeric figure in a circle i and Alphabetical character comes in a square{ ;.

Fig.1 (—#%#2)

(Standard type)

Fig.2 (P9 —Hv )
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(Undercut type) 2
s I7—gE
LF With air hole
5147 mma—r a8 kA el ) otk BEA U H— R F2/)\F5HHAS ()
Type Item code Stock f’}ﬁg DCX LF LH LS DCONMS| Shape Recommended insert retiﬁ%?iecs;e(d¥)
& I:?. TR4F4032S32-2 | @ | 2 32 150 70 80 32 | Fig1 47,500
2o
.0 |TR4F4032L32-2| @ | 2 | 32 | 200 | 120 | 80 | 32 |Fig.1 |SDMT120520TR 50,030
5~/
- J TR4F4040L32-3 | @ | 3 40 250 50 200 32 | Fig.2 64,400
CIRBFEHFAVET,
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Numeric figure comes in a circle -l:.} .
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With air hole
mRI—R s I ™ I Size (mm) R H— FL/)\FE (s ()
ltem code swck | Mo | DX | LF | L1 L2 |DCONMS|DHUB | THSZMS | DRVS Recommended Insert e
TRAF4032M-2 | @ | 2 | 32 | 40 | 6 | 23 | 17 |28.8 | M16 | 22 | 5DNW120520TR(-P) 45,170
TR4F4040M-3 | @ | 3 | 40 | 40 6 23 | 17 | 28.8 | M16 | 22 |SDMT120520TR 51,620

[(FE] EYa1S5—IIVRUERY vV ER7—/I\O[IEHHA] [€EY215—RUEI [CTU—-RABZEDEBRIFERULBEVTLZEL,
[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".

- (L Parts
BhER 952 TRU LoF QUGS RIS 77— ARU
Parts Clamp screw Wrench Screw anti-seizure agent Arbor screw
fizR
P
Iﬁlﬁa ﬁgggm ﬁ%gﬁ“ﬂ)ﬁiﬁ% ﬁ%gﬁ“ﬂ)ﬁiﬁ% ?‘ﬁ%’(ﬁdﬁ%
i@ﬁﬁjj“/@ Fastening torque | Suggested retail Suggested retail Suggested retail d ®b| c d f Suggested retail
Cutter body (N-m) price (¥) price (¥) price (¥) price (¥)
TRAF40::: S/L/M (32)-C3 — — — | == — —
— 100-178 |M10x1.5 | 16| 35|25 | 8 1,760
;| 2621411 29 | 870 1105-T15) 2120 100-179 | M12x1.75| 18 | 42 | 30| 10| 1,760
100-180|M16x2.0 | 24 |51 |35|14| 1,760
P-37 1,010
TR4F5063 B:; 100-178 |[M10x1.5 |16 |35|25| 8 1,760
TR4F5080 BM-5 100-179 [M12x1.75/ 18 | 42|30 |10 | 1,760
REREE W 555141 4.9 | 690 (105-T20) 2120 100-180 | M16x2.0 | 24 |51 | 35| 14| 1,760

[(FR] 5V TRUIFHERTT. RARRICIADRRERFEILLFTTOTROORBZESBVELET. IS5V TRUBFRONV vV I51TEET25—51TF 17, K
TEALTF 2R GBLE T,

[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 one spare clamp screw for shank type and modular, two spare clamp screws for bore type.

O IZEEERBTY. @: Stocked items.
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Numeric figure in a circle :": and Alphabetical character comes in a square { .
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DCCB
DCX
Fig.1 (T7—7Ud%) Fig.2 (T7—7V#EL)
With air hole Without air hole
547 | @wmma—r |em8 SRS () k| mmroy—n | BLEEEE
Type Item code Stock| 1o | DCX [DHUB| LF |CBDP|KWW b |IDCONMS|DCCB| Shape Recommended insert retailgp%ice(¥)
TR4F4050B-3 | @ | 3 56,190
TRA4F40508-4 4| 50| 47|50 | 19| 84| 5 |22225 17 68,400
TR4F4050B-5 @ | 5 78,640
TRAF4063B-4 @ | 4 71,100
TR4AF4063B-5 (@ | 5| 63| 60| 50 | 19| 84| 5 (22225 17 SONW120520TRC.P) | 78.010
oy | TRAF4063B-6 | @ | 6 SDMT120520TR 90,640
c‘:r;é TR4F4080B-5 @ | 5 Fig.1 95,600
5 80| 76| 70 | 321277 8| 31.75 26 -
: 7 |TR4F4080B-7 | @ | 7 111,210
33 TR4F4100B-6 | @ | 6 125,520
ol 100 96| 70 | 32|12.7| 8| 31.75| 26 -
=X |TR4F4100B-8 | @ | 8 145,490
TRAF50638-4 @ | 4 | 63| 60| 50 | 19| 8.4 22,225 17 71,100
TRAF5080B-5 @ | 5| 80| 76| 70 | 32|127 31.75| 26 95,600
TRAF5100B-6 | @ | 6 | 100 | 96| 70 | 32|127 31.75| 26 SVASeotolIR | 125,520
. TRAF51258-6 | @ | 6 131,380
iR 125 100 | 63 | 38|159| 10 | 38.1| 60 |Fig2 .
§Z TRAF5125B-7 @ | 7 148,980
%; TR4F4050BM-3 | @ | 3 56,190
TR4F4050BM-4 | @ | 4 | 50| 47 | 50 | 20|10.4| 63| 22| 17 68,400
TR4F4050BM-5 @ | 5 78,640
TRAF4063BM-4 | @ | 4 71,100
TRAF4063BM-5 @ | 5| 63| 60| 50 | 20|10.4| 63| 22| 17 SONW120520TR(-P) | 78.010
o y |TRAF4063BM-6| @ | 6 SDMT120520TR 90,640
£f2 |TR4F4080BM-5 @ | 5 Fig.1 95,600
5= 80| 76| 70 | 22(124| 7| 27 20 -
: 3 TR4F4080BM-7 | @ | 7 111,210
= |TR4F4100BM-6 | @ | 6 125,520
5 100 96| 70 | 255|144 8| 32| 26 .
=7 ITR4F4100BM-8 | @ | 8 145,490
TR4F5063BM-4 | @ | 4 | 63| 60| 50 | 20/10.4| 63| 22/ 17 71,100
TR4F5080BM-5 @ | 5| 80| 76 | 70 | 22|12.4 27 20 95,600
TRAF5100BM-6 | @ | 6 | 100 | 96| 70 | 255|144 8| 32 26 ggm’}ggggggg 125,520
TR4F5125BM-6 | @ | 6 . 131,380
125|100 | 63 | 38/16.4| 9| 40| 60 |Fig2 .
TRAF5125BM-7 | @ | 7 148,980

[FE] 7—/BRUERHBLEEA.
[Note] Arbor screw is not included.
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Fig.1 S Fig.4
#fi] Carbon steels | [~ | e e -

M| SUS % sus, o N b i, ot
FC - FCD Castirons H | | [ : —R%tDH| - SETHELE
%EEE*Z T . E] General cutting, Second recommendation

BRI s T Sgea?|Saniey | X sizem | 7518 | BERLEE)
=S JP4105 | JP4120 | JM4160 | JS4060 | GX2140 IC S - )

SDNW120520TR o [ J ( ([ o 12.9 Fig.1 1,500

SDNW120520TR-P N RN o' 5.56 | Fig.2 1,500

SDNW150525ZTR o [ ( ([ [ J 15.875 Fig.1 1,960

SDMT120520TR M 3 v [ J ([ ([ o 12.7 | 5.76 | Fig.3 1,500

SDMT150525ZTR * * * * 15.875| 5.61 | Fig.4 1,960

¥ 1 HEBERR TV URBMONTIICHTEAEIFE T, ¥ 1: Canbe used to process the precipitation hardening stainless steel.
[E8] GXO—F«VJ. JSSOA—FT4VIFBERY v FEVY—ICRIUVFEADTTERLIEE L,
[Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

#iEvy7 (3SHRCKANDMH) ) WAIMRIIEREY YT

Grade map for less than 35HRC Grade map for work materials
jFvE 5 N )] HHIATERE Work Hardness HHEIFTEEE work Hardness HEHIAATEEE Work Hardness
< i'(’3ﬁr:1‘ipping rt-:‘sistanczi Weﬂjngnlc% 1 {ELY Low Cr=1A KLY Low DAY (LY Low
T ‘ 3
GX2140 z 1
in
= (. JM4160
8
SE
5 g JP4120
D = GX2140 JP4105 JP4120 JP4120
z
E
b
GX2140 )| B | ; \
—fREERNA | KEH-SEH | KEA-O2H | BANE HEANS AT YU AERE ik
(200HBELT) | (B3OHRCIAT) : (30~45HRC) | (45~B0HRC) : (50~B0HRC)| SUS FC.,FCD
Mild steels Carbon steels, Alloy steels : Carbon steels | Hardened steels | Hardened steels Stainless steel materials Cast irons
(200HB or less) | (30HRCorless) ! Alloy steels Pre-Harden steels |

O ‘fyﬂ'— hd){EL\ﬁH Proper use of inserts

"
DNWA200200R SDNW120520TR-P SDNIT150595P TR

DNW150525ZTR

HEE ICBNE— R VY — FEHUENE S B DOAMRWIITICHEEE TJL—hfErv9—h

—REEEVIITISELE S BCFPUN— R0 (P20.P21#1) ICELF T BRI D — T PESHIEM/C TORMIICGELER S

The recommended default insert offers superior Recommended for relatively continuous Breaker type insert.

cutting edge strength. Ideal for general high-feed (uninterrupted) cutting with short overhangs. Ideal for rough machining with low-rigidity work materials and low-horsepower M/C.
cutting. Ideal for pre-hardened steels (P20 and P21 materials).

*E : R RDIBHEIERER TI . * : Stocked items of new products. @ED : {ZX#EERTI. @ : Stocked items.
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Recommended Cutting Conditions

WIvI7917€J15-917

Shank type
/ Modular type

TR4F40007%(TRAF40: " :S/M/L(32)-"

Y EEE A AYET, Numeric figure in a circl

ap

fﬂﬁﬂ%ﬁ: Standard cutting conditions for contour r

AT Type w25 A T shank Type EI 25— A 7 Modular Type
e | TEDOX | p30(tm) erues | 040@H) 6 Fues) $32(2H%) 2 Fites $40(3H) (@ Fistes)
Wiﬁaigial i 7 Ed N <3DCX <3DCX <3DCX <3DCX
et gads | Overmang | A HENT P HENT P maEmT | SOCX50CX [ mEyT | 3DCX-5DCX
General purpose High-speed Cuting General purpose Highspeed Cuttng General purpose Highspeed Cuttng General purpose Highspeed Cuttng
n (min-) 1490 1990 1190 1590 1490 1990 1490 1190 1590 1190
—iREERE Ve(m/min) | 150 200 150 200 150 200 150 150 200 150
Midsieels | gx2140 |Vi(mm/min)| 5360 7960 6430 9540 5360 7960 5360 6430 9540 6430
(200HB | Jsa060 |ZmM) 1.8 2.0 1.8 2.0 1.8 2.0 1.8 1.8 2.0 1.8
) ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
(20018 or less) ae(mm) 14 14 22 22 14 14 14 22 22 22
Qcmymin)| 75 11 141 210 75 11 75 141 210 141
e n (min-) 1490 1990 1190 1590 1490 1990 1490 1190 1590 1190
N Ve(m/min) | 150 200 150 200 150 200 150 150 200 150
Cabonsteels | Gx2140 |Vf(mmimin)[ 6360 7960 6430 9540 5360 7960 5360 6430 9540 6430
Alloy steels fz(mm/t) 1.8 2.0 1.8 2.0 1.8 2.0 1.8 1.8 2.0 1.8
(35HRC JS4060 ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
) ae(mm) 14 14 22 22 14 14 14 22 22 22
(35HRC or less) Qcmymin)| 75 11 141 210 75 11 75 141 210 141
" n (min-) 1290 1490 1030 1190 1290 1490 1290 1030 1190 1030
PR Ve(m/min) | 130 150 130 150 130 150 130 130 150 130
Ciﬁ%ﬂls Jpa120 |Vimm/min) | 4640 5960 5560 7140 4640 5960 4640 5560 7140 5560
Aoyseos | ysaogo [ZMM) 1.8 2.0 1.8 2.0 1.8 2.0 1.8 1.8 2.0 1.8
(85~ ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
4BHRC) ae(mm) 14 14 22 22 14 14 14 22 22 22
Qcmymin)| 65 83 122 157 65 83 65 122 157 122
n (min-) 990 1990 800 1590 990 1990 990 800 1590 800
Ve(m/min) | 100 200 100 200 100 200 100 100 200 100
A7V V(mm/min)| 1980 3980 2400 4770 1980 3980 1980 2400 4770 2400
Stainless steels | JM4160 [fz(mmit) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
sSuUS ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 14 14 22 22 14 14 14 22 22 22
Qcmymin)| 28 56 53 105 28 56 28 53 105 53
n (min-) 1490 1990 1190 1590 1490 1990 1490 1190 1590 1190
oo Ve(m/min) | 150 200 150 200 150 200 150 150 200 150
o | Jpa120 [Vimmimin| 5960 7960 7140 9540 5960 7960 5960 7140 9540 7140
s f2(mmit) 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0
GX2140 [g,(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
FCD ae(mm) 14 14 22 22 14 14 14 22 22 22
Qcmymin)| 83 11 157 210 83 11 83 157 210 157
n (min-) 800 900 640 720 800 900 800 640 720 640
AN Vo(m/min) 80 90 80 90 80 90 80 80 90 80
o | upa120 [VE(mmimin| 800 1440 960 1730 800 1440 800 960 1730 960
@5~ | Jpat0s [Zmm) 05 0.8 05 0.8 05 0.8 05 05 0.8 05
ap(mm) 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8
50HRC) ae(mm) 14 14 22 22 14 14 14 22 22 22
Q(cm3/min) 9 16 17 30 9 16 9 17 30 17
n (min-) 800 900 640 720 800 900 800 640 720 640
AN Ve(m/min) 80 90 80 90 80 90 80 80 90 80
N | Upatos [Vimmmin)| ~640 | ~1080 | ~770 | ~1300 | ~640 | ~1080 | ~640 ~770 | ~1300 | ~770
50~ | Jparzo [Zmm ~04 ~06 ~04 ~06 ~04 ~06 ~04 ~04 ~06 ~0.4
ap(mm) ~08 ~08 ~08 ~08 ~08 ~08 ~08 ~08 ~08 ~08
B0HRC) ae(mm) 14 14 22 22 14 14 12 22 22 22
Qcmymin) | ~7 ~12 ~14 ~23 ~7 ~12 ~7 ~14 ~23 ~14

O /(_ ?ﬂlbﬁbﬂlﬁaﬁiﬂﬁﬂ%f* Standard cutting conditions for vertical roughing

IR HiIBiiE IETTE(ECX @ 3228 H) (2 Fiutes) @ 40(3#A) (3 Flutes)
Work material Recommended inserts grade %Hﬂb% CoiEE <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX
n (min-1) 1990 1990 1590 1590
K Ve(m/min) 200 200 200 200
Cast irons JP4120 Vf(mm/min) 600 600 720 720
FC GX2140 fz(mm/t) 0.15 0.15 0.15 0.15
FCD pf(mm) = 0.5DCX = 0.5DCX
de(mm) =9.0 =9.0
[EE] OFRBUBEIRADERZTRTHDTI. HHMAIELY—U2I, MTYDORECEDETHBLTIZEL, bt
T BEHIZE S TR ZENSEVIAHBDONTEE T ID<FOMIHAFPEEDREIDFELEL, FSTIVICEDBANGHOEIDT FceBEICHABLIEE L,
- BEH. T—IILEDEZ 50 ~70% FF.
- YiAFHESE ap %Z 50 ~70% TFB. ae A

- tiAd+1E ae % 50 ~ 70% T(F%.
®@GXA—=F«VJ, JSOA—FTAVIBFBERY v F VY —[CRIDLEBADTTEELLEE L,

®[JPA105] FEHEEREMAMET. EMICTELTEA,

@BANH (50~60HRC) (&, HBPTERETHUECL > THRHIMDRELREDBEDGDET, NTRRICEDET. T—JILEDBEYHAHRE ap ZHABLTIEEL,
©@MfiEIEl. REUDRVSERUTRIEIECIF [IM4160] Zi#BLE T,
®FD < FMIHAIHC K DT EIBERLEDD. BFTF—TO—FCKBYD KFREZTOTEE L,
QBHUIEID < Fld. RBUEEEZIESE. NESDVEBICATRETEZB/NDEDEIDT. SEAICKRUTIFZOREEICREA/N—ZWT. REXGREDR

EEZEAL. REVRIECHERINDILZBBLHKLET.
@1 VY —bPDOTIBERFIEHICITV., BEDERICKDHBERLELTIREL,
@RHUE 5DCX LI LDBE(F. AR —/\OBERAZHERLE T,
OFCICHEMBFRMIEO DD FHHEE Q ZRUET.  Q(cmmin)=ap(mm) X @e(mm) X Vf(mm/min) /1000
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Recommended Cutting Conditions

0 V4L WM - TRAF40007(TRAF4050B:

) OB DREXRHSAVET,
Numeric figure in a circle "} and Alphabetical character comes in a square | }.

.,TR4F4063B .

o %%—.ﬁ?ﬁbﬂl ‘Eﬂ]ﬁﬂ%ﬁ: Standard cutting conditions for contour ro

TE®&DCX
Hesm = ¢ 50(38A) (3 Flutes) @ 50(48H) (4 Flutes) ¢ 50(58H) (5 Flutes)
Wﬁ’i‘i@ﬂ ME o = <3DCX <3DCX <3DCX
% | Recommended LS - — 3DCX-5DCX 3DCX-5DCX 3DCX-5DCX
g Oeiang LA EEINT A EEMT LA ST
General purpose | High-speed Cutting General purpose | High-speed Cutting General purpose | High-speed Cutting
n (min1) 950 1270 950 950 1270 950 950 1270 950
— s Ve(m/min) | 150 200 150 150 200 150 150 200 150
Mild stoels Vi(mmimin)| 5130 7620 5130 6840 10160 6840 8550 12700 8550
GX2140
(200HB | Jsa050 |ZMMD) 1.8 2.0 1.8 18 2.0 18 18 2.0 1.8
T ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
(200HB or less) de(mm) 30 30 30 30 30 30 30 30 30
Qcms/min) | 154 229 154 205 305 205 257 381 257
e 1 (min) 950 1270 950 950 1270 950 950 1270 950
AN Ve(m/min)| 150 200 150 150 200 150 150 200 150
Carbonseds | Gx2140 | VI (mmimin)| 5130 7620 5130 6840 10160 6840 8550 12700 8550
Alloy steels fz(mmht) 1.8 2.0 1.8 18 2.0 18 18 2.0 1.8
(35HRC | YS4060 [3p(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
) ae(mm) 30 30 30 30 30 30 30 30 30
(3HRC or less) Qcms/min) | 154 229 154 205 305 205 257 381 257
o 1 (min) 830 950 830 830 950 830 830 950 830
E%ﬁ]ﬂ Ve(m/min)| 130 150 130 130 150 130 130 150 130
Sk Vi(mm/min) | 4480 5700 4480 5980 7600 5980 7470 9500 7470
Carbon steels JP4120
Aoysesr | ysa060 |EMMA) 1.8 2.0 1.8 18 2.0 18 1.8 2.0 1.8
(35 ~ ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 30 30 30 30 30 30 30 30 30
45HRC) Qcms/min) | 134 171 134 179 228 179 224 285 224
1 (min) 640 1270 640 540 1270 640 640 1270 640
_ Ve(m/min)| 100 200 100 100 200 100 100 200 100
AT IUASH Vi(mmimin)| 1920 3810 1920 2560 5080 2560 3200 6350 3200
Stainless steels | JM4160 |fz(mmit) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
sus ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 30 30 30 30 30 30 30 30 30
Q(cm/min) 58 14 58 77 152 77 % 191 96
n (min) 950 1270 950 950 1270 950 950 1270 950
o Ve(m/min)| 150 200 150 150 200 150 150 200 150
: Vi(mmimin)| 5700 7620 5700 7600 10160 7600 9500 12700 9500
Castions | JPAT20 1o 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0
FFCCD GX2140 [g,(mm) 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 30 30 30 30 30 30 30 30 30
Qema/min) | 171 229 171 228 305 228 285 381 285
n (min) 510 570 510 510 570 510 510 570 510
AN Ve(m/min) 80 90 80 80 90 80 80 20 80
Vi(mmimin)| 770 1370 770 1020 1820 1020 1280 2280 1280
Hardenedstedls | JPA120 1 05 0.8 05 0.5 0.8 0.5 05 0.8 05
5(O4I—?RE) JP4105 [35(mm) 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8
ae(mm) 30 30 30 30 30 30 30 30 30
Q(cm/min) 18 33 18 24 44 24 31 55 31
n (min) 510 570 510 510 570 510 510 570 510
AN Ve(m/min) 80 90 80 80 90 80 80 20 80
Vi(mmimin)|_~ 610 ~1030 ~610 ~ 820 ~1370 ~ 820 ~1020 ~1710 ~1020
Hardenedstedls | JPA105 1 o0 ~04 0.6 0.4 0.4 0.6 0.4 0.4 0.6 0.4
6(05|—(|)RE) JP4120 [35(mm) ~08 ~038 ~08 ~08 ~08 ~038 ~038 ~038 ~038
ae(mm) 30 30 30 30 30 30 30 30 30
Qcms/min) | ~15 ~25 ~15 ~ 20 ~33 ~20 ~24 ~ 41 ~24

O N— ?ﬁ)bﬁhﬂlﬁﬁﬂl‘ﬁﬂ%# Standard cutting conditions for vertical roughing

$ﬁﬁlj$a‘ ﬁ% I’f‘;{o%ldti)aox ¢ 50(3#A) (3 Flutes) ¢ 50(4#A) (4 Flutes) ¢ 50(5#F) (5 Flutes)
= %ﬁ};ﬂ;ﬁ <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX
n (min-1) 1270 1270 1270 1270 1270 1270
ik Ve(m/min) 200 200 200 200 200 200
Castirons | JP4120 |Vf(mm/min) 760 760 1020 1020 1270 1270
FC GX2140 |[fz(mmit) 0.2 0.2 0.2 0.2 0.2 0.2
FCD pf(mm) < 0.5DCX < 0.5DCX = 0.5DCX
ae(mm) 9.0 0.0 =00

(2] OFXRIHIFGEDOERZETIHDTY, EEAlEey—U>I MIYOREICEDE TRELTLEE W,
$5IC, BUEIZES. FREBZNSGEVHAHBOMNIEE T, Y1ID<FOMIMFAHFPEEDIRBDNFEEL., NSITIVICEDBENBDEITDOT FLESEICHABLTIIZE,
- EEH. T—JIEDE% 50 ~70% FFd.
- YAFIES ap & 50 ~70% FIFB,
- YA 18 ae & 50 ~70% FlFd.
®@GXOA—FT«VJ, ISO—FT 4 VI FBERY v F VY —ICRIGLFEADTTERLIEEL,
@ [JP4105] [FREEMEAMET, EMICFELIEA.
@FEANEE (50~60HRC) (&, MEPTERETHUEBICL STHEIENAELREDHEEDHDEF T, MIRRICEDE T, T—TILXDBEYHAHRS ap ZRBLTIREL,
®airEtIEl. REUDTRWSEROTEINEIEICIE [IM4160] ZHELE T,
OO FMHAFHC KD TEIBIZRHIEDTS. HFIF—TO—FICLDD L FREZEITOTIEEL,
OHHUIYID LTI, RBUEEBEZUESE. NEHDVWRIBICA>TEETEZRNHGDEITOT, SHERICKEULTIIZORAEICZTE2N/N\—ZTT, REXHREDR
BEEBEAL. RELBRIBCHEEINDCLEBBLBLET,
@AV Y—bDOIIRIFIBHITITV., BEDOFERAICKDBIBEFHLLELTIREL,
@R UE 5DCX LU EDIBEE, #phiRT7—/ \DBAZEHERLE T,
OEICHAMBENEO DY THHE Q #RLET.  Q(cm*min)=ap(mm) X ae(mm) X Vf(mm/min) /1000



ai/* ap
¢ 63(41H) (4 Flutes) ¢ 63(58H) (5 Flutes) ¢ 63(6#H) (6 Flutes)
<3DCX <3DCX <3DCX Wtﬁ?qlittzri.al
3DCX-5DCX 3DCX-5DCX 3DCX-5DCX
A =SERINT A SR LA SR
General purpose High-speed Cutting General purpose High-speed Cutting General purpose High-speed Cutting
760 1010 760 760 1010 760 760 1010 760
150 200 150 150 200 150 150 200 150 — &SR
5470 8080 5470 6840 10100 6840 8210 12120 8210 Mild steels
1.8 2.0 1.8 1.8 2.0 1.8 1.8 2.0 1.8 (200HB
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 )
44 44 44 44 44 44 44 44 44 (200HB or less)
241 356 241 301 444 301 361 533 361
760 1010 760 760 1010 760 760 1010 760 s
150 200 150 150 200 150 150 200 150 et
5470 8080 5470 6840 10100 6840 8210 12120 8210 Carbon steels
1.8 2.0 1.8 1.8 2.0 1.8 1.8 2.0 1.8 Alloy steels
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 (35HRC
44 44 44 44 44 44 44 44 44 Iay)
241 356 241 301 444 301 361 533 361 (35HRC or less)
660 760 660 660 760 660 660 760 660 o
130 150 130 130 150 130 130 150 130 E?—&m
4750 6080 4750 5940 7600 5940 7130 9120 7130 cﬁ)ﬁ%ﬂls
1.8 2.0 1.8 1.8 2.0 1.8 1.8 2.0 1.8 Alloy steels
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 (35 ~
44 44 44 44 44 44 44 44 44 45HRC)
209 268 209 261 334 261 314 401 314
510 1010 510 510 1010 510 510 1010 510
100 200 100 100 200 100 100 200 100
2040 4040 2040 2550 5050 2550 3060 6060 3060 AT VU
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 Stainless steels
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 SuUS
44 44 44 44 44 44 44 44 44
90 178 90 112 222 112 135 267 135
760 1010 760 760 1010 760 760 1010 760
150 200 150 150 200 150 150 200 150 SEex
6080 8080 6080 7600 10100 7600 9120 12120 9120 .
2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 FC
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
44 44 44 44 44 44 44 44 44 FCD
268 356 268 334 444 334 401 533 401
400 450 400 400 450 400 400 450 400
80 90 80 80 90 80 80 90 80 b
800 1440 800 1000 1800 1000 1200 2160 1200 H{ﬁiﬂfﬂg
0.5 0.8 0.5 0.5 0.8 0.5 0.5 0.8 0.5 (45 ~
0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8
44 44 44 44 44 44 44 44 44 50HRC)
28 51 28 35 63 35 42 76 42
400 450 400 400 450 400 400 450 400
80 90 80 80 90 80 80 90 80 haE
~ 640 ~ 1080 ~ 640 ~ 800 ~ 1350 ~ 800 ~ 960 ~ 1620 ~ 960 H{ﬁiﬂfﬂs
~0.4 ~ 0.6 ~0.4 ~0.4 ~0.6 ~0.4 ~0.4 ~ 0.6 ~0.4 (50~
~0.8 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8
44 44 44 44 44 44 44 44 44 60HRC)
~23 ~ 38 ~23 ~ 28 ~ 48 ~ 28 ~ 34 ~57 ~ 34
b
ae/L
634 4 Flutes, 63(5 5 Flutes, 63(6 6 Flutes;
@ 63(4HH) ( ) ¢ 63(58N) ( ) @ 63(B#N) ( ) AL
<3DCX 3DCX-5DCX <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX Work material
1010 1010 1010 1010 1010 1010
200 200 200 200 200 200 X
810 810 1010 1010 1210 1210 Cast irons
0.2 0.2 0.2 0.2 0.2 0.2 FC
= 0.5DCX = 0.5DCX = 0.5DCX FCD
=9.0 =9.0 =9.0
[Note] @ This table provides general guidelines for cutting conditions; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.

In particular, when performing shoulder milling in combination with slotting or machining of cutting widths close to slots, etc., chattering vibrations may occur, which can lead
to trouble. Therefore, please consider the following when adjusting the conditions;
- Reduce rotation speed and table feed rate by 50 to 70%
- Reduce cutting depth ap by 50 to 70%
+ Reduce cutting width @e by 50 to 70%

@ Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

(3 JP4105 is for the high-hardness steels. It is not suitable for Non-heat-treated steel material.

@ The machinability of hardened steels (50 - 60HRC) can vary significantly depending on the particular steel type and tool overhang. Adjust the table feed rate and cutting depth ap to suit machining conditions.

® For strongly interrupted cutting, when unsupported length is long, or for wet cutting, JM4160 is recommended.

(® To prevent tool damage due to chip clogging, always use a chip removal method such as an air blower, etc.

@ Since there is a danger of the removed chips flying out and causing injury to workers, fire, or damage to eyes, during use be sure to cover the work area with a safety cover
and have workers wear protective equipment such as glasses, etc. to make the work area safe.

® Perform insert replacement at an early stage to prevent chipping due to excessive use.

(® Use of the MOLDINO anti-vibration arbor is recommended for overhang of 5DCX or more.

@ The following equation can be used to determine the metal removal rate per unit time Q; Q(cm*min)=ap(mm)xge(mm)xVf(mm/min) /1000
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Recommended Cutting Conditions

0 V4L @M - TRAF40007(TRAF4080B:

.,TR4F4100B: .

- ) (IR, TTREXFHAVET,

Numeric figure in a circle "} and Alphabetical character comes in a square | }.

o %%—.ﬁ?ﬁbﬂl ‘Eﬂ]ﬁﬂ%ﬁ: Standard cutting conditions for contour ro

TE®&DCX
Hesm = @ 80(5#J) (5 Flutes) ¢ 80(7#A) (7 Flutes)
WA g ol = <3DCX <3DCX
Workmateral | Recommended | REH LB - — 3DCX-5DCX - — 3DCX-5DCX
PEESEED|| CHEiNE A EREMT il EEMT
General purpose High-speed Cutting General purpose High-speed Cutting
n (min1) 600 800 600 600 800 600
— RS Ve(m/min) 150 200 150 150 200 150
Midsees | Gx2140 |VH(mmimin) 5400 8000 5400 7560 11200 7560
(200HB fz(mmit) 1.8 2.0 1.8 1.8 2.0 18
F) | YS4060 [ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0
(200HB or less) de(mm) 60 60 60 60 60 60
Q(cms/min) 324 480 324 454 672 454
e 1 (min) 600 800 600 600 800 600
A Ve(m/min) 150 200 150 150 200 150
Carbonsedls | Gx2140 | VI (mmimin) 5400 8000 5400 7560 11200 7560
Alloy steels fz(mmht) 1.8 2.0 1.8 1.8 2.0 18
(35HRC | YS4060 [3p(mm) 1.0 1.0 1.0 1.0 1.0 1.0
) ae(mm) 60 60 60 60 60 60
(35HRC or less) Q(cms/min) 324 480 324 454 672 454
o n (min) 520 600 520 520 600 520
E% Ve(m/min) 130 150 130 130 150 130
S5z 5l V(mm/min) 4680 6000 4680 6550 8400 6550
Carbon steels JP4120
Aoyses | ysaosp IZMMA) 1.8 2.0 18 1.8 2.0 18
(35 ~ ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0
45HRC) ae(mm) 60 60 60 60 60 60
Q(cms/min) 281 360 281 393 504 393
n (min) 400 800 400 400 800 400
Ve(m/min) 100 200 100 100 200 100
AT VU Vf(mm/min) 2000 4000 2000 2800 5600 2800
Stainless steels | JM4160 |fz(mmit) 1.0 1.0 1.0 1.0 1.0 1.0
suUS ap(mm) 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 60 60 60 60 60 60
Q(cms/min) 120 240 120 168 336 168
1 (min) 500 800 600 500 800 600
o Ve(m/min) 150 200 150 150 200 150
| uparzo [Vimmimin) 6000 8000 6000 8400 11200 8400
f2(mmht) 2.0 2.0 2.0 2.0 2.0 2.0
FFCCD GX2140 [g,(mm) 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 60 60 60 60 60 60
Q(cms/min) 360 480 360 504 672 504
n (min) 320 360 320 320 360 320
s Vc(m/min) 80 90 80 80 90 80
Hiﬁiﬂi‘gs Jpa120 |Vi(mmimin) 800 1440 800 1120 2020 1120
f2(mmit 05 0.8 05 05 0.8 0.5
(45~ (mm/t)
EGHRG) JP4105 [35(mm) 0.8 0.8 0.8 0.8 0.8 0.8
ae(mm) 60 60 60 60 60 60
Q(cms/min) 38 69 38 54 o7 54
n (min) 320 360 320 320 360 320
o Ve(m/min) 80 90 80 80 90 80
Hi’zzn\eﬂfgs JPat105 | Vi(mmimin) ~ 640 ~1080 ~ 640 ~ 900 ~1510 ~ 900
f2(mmit ~04 ~06 ~04 ~0.4 ~06 ~04
(50~ (mm/t)
SOHRC) JP4120 [35(mm) ~08 ~08 ~038 ~08 ~038 ~038
ae(mm) 60 60 60 60 60 60
Q(cms/min) ~ 31 ~ 52 ~ 31 ~43 ~72 ~43

o IN— 9"77)[’?:__:7]“ I*?%&tﬂﬁ“%ﬁ: Standard cutting conditions for vertical roughing

4= Er3
AL ?&% I'T;foild%px @ 80(5HA) (5Flutes) @ 80(7#A) (7 Flutes)
Work material | - Recommended | ZR{HUER <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX
inserts grade Overhang
n (min-1) 800 800 800 800
HEx Ve(m/min) 200 200 200 200
Castirons JP4120 |vf(mm/min) 800 800 1120 1120
FC GX2140 |fz(mm/t) 0.2 0.2 0.2 0.2
FCD pf(mm) < 0.5DCX < 0.5DCX
de(mm) =9.0 =9.0

[(E] OFRIFIHIREDERETRITHDTY, EHAlEPY—U2I MIYOREICEDETRBLTLEE L,
85, BUEHIZMEDS. FREZNSEVWIEAHBOIMIEET, 1ID<FOMIMFAHFPEEDIREBNFELEL. FSTIVICEDBEDHDFIDT TR ESEICHBLULTKREEL,
- EEH. T—JILiEDEZE 50 ~70% FIFD,
- tAHRE ap & 50 ~70% TIF B,
- YIiAE ae % 50 ~70% TIF%.
@ GXA—F«VY, JISOA—FT VI FBERY v F VT —ICRIGLFHADTTERLILEETL,
®@ [JP4105] BEEEHSAMET. £MICIFELFEA.
@BEANE (50~60HRC) (&, #EPTEREHUVEICL OTHAIMNKELELDHBENHDE T, MLRRICEDET. T—TILEDELVIAHFRE ap ZHELTLLEEL,
®3#EEIEl. REUDRVSERUIEEIEICIE [IM4160] ZHRULF T,
OO FMHFAHC L DT EEZRHIEDIE. BFIF7—TO—FICLDDLKFREEITOTLREE L,
OBEHUIYID LTI, RBUEEBEZUESE. NEHDIVWRBICA>TEBIEZRNHGDFEITOT, SERICKEUTIIZORAEICEEN/N\—ZRTT, REXHREDR
EEZERAL. REUVRIECHERINDCLZBBLELET,
@A VT —hDFIEERHICITL)., BEDFERICKDBIBZERHIELTIREL,
@RHUE 5DCX LU LDBE(F. ¥R —/\OBERAZHERLE T,
OFCICHMBFRMIEO DD FHHEE Q ZERULET.  Q(cm*min)=ap(mm) X @e(mm) X Vf(mm/min) /1000



ai,f ap
@ 100(642H) (6 Flutes) ¢ 100(84A) (8 Flutes)
e,
3DCX-5DCX 3DCX-5DCX
PRz EERINT A =ERINT
General purpose High-speed Cutting General purpose High-speed Cutting
480 640 480 480 640 480
150 200 150 150 200 150 — g E R
5180 7680 5180 6910 10240 6910 Mild steels
1.8 2.0 1.8 1.8 2.0 1.8 (200HB
1.0 1.0 1.0 1.0 1.0 1.0 LITF)
80 80 80 80 80 80 (200HB or less)
414 614 414 553 819 553
480 640 480 480 640 480 ]
150 200 150 150 200 150 W
5180 7680 5180 6910 10240 6910 Carbon steels
1.8 2.0 1.8 1.8 2.0 1.8 Alloy steels
1.0 1.0 1.0 1.0 1.0 1.0 (35HRC
80 80 80 80 80 80 )
414 614 414 553 819 553 (35HRC or less)
410 480 410 410 480 410 o
130 150 130 130 150 130 E?ﬁﬂm
4430 5760 4430 5900 7680 5900 Cﬁ)ﬁ%ﬂls
1.8 2.0 1.8 1.8 2.0 1.8 ‘lloy steels
1.0 1.0 1.0 1.0 1.0 1.0
80 80 80 80 80 80 4%)’|-?RC)
354 461 354 472 614 472
320 640 320 320 640 320
100 200 100 100 200 100
1920 3840 1920 2560 5120 2560 AT VU
1.0 1.0 1.0 1.0 1.0 1.0 Stainless steels
1.0 1.0 1.0 1.0 1.0 1.0 sus
80 80 80 80 80 80
154 307 154 205 410 205
480 640 480 480 640 480
150 200 150 150 200 150 Py
5760 7680 5760 7680 10240 7680 o
2.0 2.0 2.0 2.0 2.0 2.0 FC
1.0 1.0 1.0 1.0 1.0 1.0
80 80 80 80 80 80 FCD
461 614 461 614 819 614
250 290 250 250 290 250
80 90 80 80 90 80 i
750 1390 750 1000 1860 1000 Hﬁ’fjﬁeﬂfﬂs
0.5 0.8 0.5 0.5 0.8 0.5 (45~
0.8 0.8 0.8 0.8 0.8 0.8
80 80 80 80 80 80 50HRC)
48 89 48 64 119 64
250 290 250 250 290 250
80 90 80 80 90 80 i
~ 600 ~ 1040 ~ 600 ~ 800 ~ 1390 ~ 800 H{ﬁiﬂfﬂs
~0.4 ~0.6 ~0.4 ~0.4 ~0.6 ~0.4 (50~
~0.8 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8
80 80 80 80 80 80 60HRC)
~ 38 ~ 67 ~ 38 ~ 51 ~ 89 ~51
Pt
ae),J
100(6 6 Flutes 100(8 8 Flutes)
() BMH) ( ) [} (B8#A) ( ) %E’Li%"]ﬁ_
<3DCX 3DCX-5DCX <3DCX 3DCX-5DCX Work material
640 640 640 640
200 200 200 200 ik
770 770 1020 1020 Cast irons
0.2 0.2 0.2 0.2 FC
= 0.5DCX = 0.5DCX FCD
=9.0 =9.0

[Note)

(@ This table provides general guidelines for cutting conditions; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
In particular, when performing shoulder milling in combination with slotting or machining of cutting widths close to slots, etc., chattering vibrations may occur, which can lead
to trouble. Therefore, please consider the following when adjusting the conditions;
- Reduce rotation speed and table feed rate by 50 to 70%

- Reduce cutting depth ap by 50 to 70%

+ Reduce cutting width @e by 50 to 70%
(@ Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
(® JP4105 is for the high-hardness steels. It is not suitable for Non-heat-treated steel material.

(@ The machinability of hardened steels (50 - 60HRC) can vary significantly depending on the particular steel type and tool overhang. Adjust the table feed rate and cutting depth ap to suit machining conditions.

® For strongly interrupted cutting, when unsupported length is long, or for wet cutting, JM4160 is recommended.

® To prevent tool damage due to chip clogging, always use a chip removal method such as an air blower, etc.

@ Since there is a danger of the removed chips flying out and causing injury to workers, fire, or damage to eyes, during use be sure to cover the work area with a safety cover
and have workers wear protective equipment such as glasses, etc. to make the work area safe.

Perform insert replacement at an early stage to prevent chipping due to excessive use.

(@ Use of the MOLDINO anti-vibration arbor is recommended for overhang of 5DCX or more.

@ The following equation can be used to determine the metal removal rate per unit time Q; Q(cm®min)=gp(mm)x&e(mm)xVf(mm/min) /1000
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Recommended Cutting Conditions

O VLW - TRAF50002(TRAF5

- B THREXFEPAVET,
Numeric figure in a circle :_: and Alphabetical character comes in a square ;.

o %%—.ﬁ?ﬁbﬂl ‘Eﬂ]ﬁﬂ%ﬁ: Standard cutting conditions for contour ro

e I%fxl‘dﬁilf?x ® B3(44) (4 Fiutes) ® BO(5HH) (5 Fiutes)
?ﬁﬁu*ﬂ’ & <3DCX <3DCX
Work materal | Recommended | ZRH L 3DCX-5DCX 3DCX-5DCX
inserts grade Overhang SR She=R SR ShER
General purpose High efficiency General purpose High efficiency
n (min) 760 910 760 600 720 600
— s Ve(m/min) 150 180 150 150 180 150
Midsiels | Gx2q40 |VF(mmimin) 4560 7280 5470 4500 7200 5400
(200HB fz(mmit) 15 2.0 1.8 15 2.0 1.8
F) | YS4060 [ap(mm) 2.0 2.0 1.0 2.0 2.0 1.0
(200HB or less) de(mm) 38 38 38 56 56 56
Q(cm/min) 347 553 208 504 806 302
e 1 (min) 760 910 760 600 720 600
AN Ve(m/min) 150 180 150 150 180 150
Carbon steels VF(mmimin 4560 7280 5470 4500 7200 5400
Nioysiesls | CX2140 1o ) 15 2.0 1.8 15 2.0 1.8
y4 . . . . . .
(35HRC | YS4060 [3p(mm) 2.0 2.0 1.0 2.0 2.0 1.0
) ae(mm) 38 38 38 56 56 56
(35HRC o less) Q(cms/min) 347 553 208 504 806 302
e 1 (min) 660 760 660 520 600 520
g%ﬂﬂ Ve(m/min) 130 150 130 130 150 130
o | oo [Vi(mmimin) 4750 6080 4750 2680 6000 4680
Aovsest | ysa060 |EMA) 1.8 2.0 1.8 1.8 2.0 1.8
(35 ~ ap(mm) 15 15 1.0 15 15 1.0
45HRC) ae(mm) 38 38 38 56 56 56
Q(cm/min) 271 347 181 393 504 262
n (min) 510 1010 510 400 800 400
_ Ve(m/min) 100 200 100 100 200 100
AT VU Vf(mm/min) 2040 4040 2040 2000 4000 2000
Stainless steels | JM4160 |fz(mm/t) 1.0 1.0 1.0 1.0 1.0 1.0
suUS ap(mm) 15 15 1.0 1.5 1.5 1.0
ae(mm) 38 38 38 56 56 56
Q(cms/min) 116 230 78 168 336 12
n (min) 760 910 760 500 720 600
Ve(m/min) 150 180 150 150 180 150
ik VF(mm/min) 6080 8370 6080 6000 8280 6000
Castions | JPA120 1o C 2.0 23 2.0 2.0 2.3 2.0
Z(mm . . . . . .
FFCCD GX2140 [g,(mm) 2.0 2.0 2.0 2.0 2.0 2.0
ae(mm) 38 38 38 56 56 56
Q(cm/min) 462 636 462 672 927 672
n (min) 400 450 400 320 360 320
s Vc(m/min) 80 90 80 80 90 80
Hiﬁiﬂi@s Jpa120 |VE(mmimin) 800 1440 800 800 1440 800
- fz(mmit) 0.5 0.8 0.5 05 0.8 0.5
5(O4I—?RC) JP4105 [35(mm) 1.0 1.0 1.0 1.0 1.0 1.0
ae(mm) 38 38 38 56 56 56
Q(cms/min) 30 55 30 45 81 45
n (min) 400 450 400 320 360 320
o Ve(m/min) 80 90 80 80 90 80
Hi’zzn\eﬂﬂs JPa105 |VE(mmimin) ~ 640 ~ 1080 ~ 640 ~ 640 ~ 1080 ~ 640
(B0~ | Jpatzo [Zmm) ~04 ~06 ~04 ~04 ~06 ~04
SOHRG) ap(mm) ~1.0 ~1.0 ~1.0 ~1.0 ~1.0 ~1.0
ae(mm) 38 38 38 56 56 56
Q(cm/min) ~24 ~ a1 ~24 ~36 ~ 60 ~36

O N— ?ﬁ)bﬁhﬂlﬁﬁﬂl‘ﬁﬂ%# Standard cutting conditions for vertical roughing

= TERDCX
e ﬁ% A @ 63(4F) (4 Flutes) @ 80(58H) (5 Flutes)
Work material | Recommended | Z2HLER <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX
inserts grade Overhang
n (min-1) 1010 1010 800 800
ik Ve(m/min) 200 200 200 200
Castirons | JP4120 |Vf(mm/min) 810 810 800 800
FC GX2140 |fz(mm/t) 0.2 0.2 0.2 0.2
FCD pf(mm) = 0.5DCX = 0.5DCX
ae(mm) =11.0 =11.0

[(FE] OARISEIRGOERZTTHOTT. HMBMPY—U2I IIYOREICEDETRELTZE W,
5T, BUEIZEMEDS. FREZNSEVTBAHBBOINIFE T, 10K FOMEHFHAHFPEEDIREONFEEL. NSIIVICEDBEDEDEITDTTLEESEICHBLTKEE,
- BERH. T—JILEDE%Z 50 ~70% F1F2,
-VhAFHRE ap & 50 ~70% FIFD,
- tiA 18 ae %= 50 ~70% FlF D,
OEBEBNDRET 2HEF. FFUWAHFRSETIFKEEV. RVTEEHBLUT—IILEDEZTIFTTHERALLLEEL,
® GXOA—FT4VJ, JISO—FT VI FBERY v F VY —ICRIGLFEADTTERLIEEL,
@ [JP4105] BEEEMSAMET. EMITIFTELFEA.
®BEANIE (50~60HRC) (&, MEPTERETHUEBICL OTHEIENAELEEDHEEDHDEFT, MIRRICEDET, T—TILXDBEYHAHRS ap ZRBLTIRE L,
®BEELIEl. REUDNRVMSEROTEEIEICIE [IM4160] ZHRULE T,
DD L FMFHAHC KD TEBIBREIEDESD, BFLTF7—TO—FICKDDKFREZETOTLREE L,
@B LD Fld. REUEEEZBEIE. NMEHDVEBEICASTABIEZBNDHDEITDT. CHERICEULTEZORRICRENN—ZRMT. REXHREDR
EEZEBEAL. REVREBECHEEINDCLZBBULEBLET.
@1 VY —hOTIRFEDHICITV., BEDERICKDBHBERHLELTIREL,
ORHEUE 5DCX LU LDBE(F. AR —/\OBERAZHERLE T,
OACTICHMBBRMNIEO DD FHHE Q ERULET.  Q(cm*min)=ap(mm) X @e(mm) X Vf(mm/min) /1000



maintain the rated power of the spindle.

KERERFME. CEADEMDE N - MUIRHZCHERBVCILEE, THOERBNZERATEIOEHTOEAZHENCLE T,

% To ensure high-efficiency conditions, we recommend checking the machine’s power/torque chart and using a rotation speed that can

2/

ap

@ 100(6423) (6 Flutes)

¢ 125(68H) (6 Flutes)

@ 125(7 #F) (7 Flutes)

<3DCX <3DCX <3DCX Wiﬁ?ﬁliziii‘al
3DCX-5DCX 3DCX-5DCX 3DCX-5DCX
A SHER A SHER A SHER
General purpose High efficiency General purpose High efficiency General purpose High efficiency
480 570 480 380 460 380 380 460 380
150 180 150 150 180 150 150 180 150 —RiE SR
4320 6840 5180 3420 5520 4100 3990 6440 4790 Mild steels
1.5 2.0 1.8 1.5 2.0 1.8 1.5 2.0 1.8 (200HB
2.0 2.0 1.0 2.0 2.0 1.0 2.0 2.0 1.0 )
75 75 75 100 100 100 100 100 100 (200HB or less)
648 1026 389 684 1104 410 798 1288 479
480 570 480 380 460 380 380 460 380 e
150 180 150 150 180 150 150 180 150 e
4320 6840 5180 3420 5520 4100 3990 6440 4790 Carbon steels
1.5 2.0 1.8 1.5 2.0 1.8 1.5 2.0 1.8 Alloy steels
2.0 2.0 1.0 2.0 2.0 1.0 2.0 2.0 1.0 (35HRC
75 75 75 100 100 100 100 100 100 BT
648 1026 389 684 1104 410 798 1288 479 (35HRC or less)
410 480 410 330 380 330 330 380 330 e
130 150 130 130 150 130 130 150 130 E?&m
4430 5760 4430 3560 4560 3560 4160 5320 4160 Ciﬁ%ﬂls
1.8 2.0 1.8 1.8 2.0 1.8 1.8 2.0 1.8 Alloy steels
1.5 15 1.0 1.5 15 1.0 1.5 1.5 1.0 (35 ~
75 75 75 100 100 100 100 100 100 45HRC)
498 648 332 534 684 356 624 798 416
320 640 320 250 510 250 250 510 250
100 200 100 100 200 100 100 200 100
1920 3840 1920 1500 3060 1500 1750 3570 1750 ATV
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 Stainless steels
1.5 15 1.0 1.5 15 1.0 1.5 15 1.0 SuUs
75 75 75 100 100 100 100 100 100
216 432 144 225 459 150 263 536 175
480 570 480 380 460 380 380 460 380
150 180 150 150 180 150 150 180 150 SEeu
5760 7870 5760 4560 6350 4560 5320 7410 5320 .
2.0 2.3 2.0 2.0 2.3 2.0 2.0 2.3 2.0 FC
2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0 2.0
75 75 75 100 100 100 100 100 100 FCD
864 1181 864 912 1270 912 1064 1482 1064
250 290 250 200 230 200 200 230 200
80 90 80 80 90 80 80 90 80 s
750 1390 750 600 1100 600 700 1290 700 Hﬁiﬂﬂs
0.5 0.8 0.5 0.5 0.8 0.5 0.5 0.8 0.5 (45 ~
1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0 1.0
75 75 75 100 100 100 100 100 100 50HRC)
56 104 56 60 110 60 70 129 70
250 290 250 200 230 200 200 230 200
80 90 80 80 90 80 80 90 80 s
~ 600 ~ 1040 ~ 600 ~ 480 ~ 830 ~ 480 ~ 560 ~ 970 ~ 560 Hﬁﬁeﬂﬂs
~0.4 ~ 0.6 ~0.4 ~04 ~ 0.6 ~0.4 ~04 ~ 0.6 ~0.4 (50~
~1.0 ~1.0 ~1.0 ~1.0 ~1.0 ~1.0 ~1.0 ~1.0 ~1.0
75 75 75 100 100 100 100 100 100 B0HRC)
~ 45 ~ 78 ~ 45 ~ 48 ~ 83 ~ 48 ~ 56 ~ 97 ~ 56
o
ae/Jl
@ 100(68H) (6 Flutes) @ 12568 H) (6 Flutes) @ 125(7 8A) (7 Flutes)
)
<3DCX 3DCX-5DCX <3DCX 3DCX-5DCX <3DCX 3DCX-5DCX Work material
640 640 510 510 510 510
200 200 200 200 200 200 X
770 770 610 610 710 710 Cast irons
0.2 0.2 0.2 0.2 0.2 0.2 FC
= 0.5DCX = 0.5DCX = 0.5DCX FCD
=11.0 =11.0 =11.0
[Note] (@ This table provides general guidelines for cutting conditions; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.

In particular, when performing shoulder milling in combination with slotting or machining of cutting widths close to slots, etc., chattering vibrations may occur, which can lead
to trouble. Therefore, please consider the following when adjusting the conditions;
+ Reduce rotation speed and table feed rate by 50 to 70%
- Reduce cutting depth ap by 50 to 70%
- Reduce cutting width @e by 50 to 70%
@ If the machine has insufficient power, first try reducing the cutting depth. Next, try reducing the rotation speed and table feed rate.

(3 Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

(@ JP4105 is for the high-hardness steels. It is not suitable for Non-heat-treated steel material.

(5 The machinability of hardened steels (50 - 60HRC) can vary significantly depending on the particular steel type and tool overhang. Adjust the table feed rate and cutting depth ap to suit machining conditions.

® For strongly interrupted cutting, when unsupported length is long, or for wet cutting, JM4160 is recommended.

@ To prevent tool damage due to chip clogging, always use a chip removal method such as an air blower, etc.

® Since there is a danger of the removed chips flying out and causing injury to workers, fire, or damage to eyes, during use be sure to cover the work area with a safety cover
and have workers wear protective equipment such as glasses, etc. to make the work area safe.

® Perform insert replacement at an early stage to prevent chipping due to excessive use.

@ Use of the MOLDINO anti-vibration arbor is recommended for overhang of 5DCX or more.

@ The following equation can be used to determine the metal removal rate per unit time Q; Q(cm*min)=ap(mm)x&ge(mm)xVf(mm/min) 1000
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Precautions for use

/.

(o] 7°|:| 75 E 77 R taaikfﬂil\.&;’?ﬁé Programming R and maximum cutting depth

® TELOXRZEZSZE(C. CAM LOTERRZEERLTEE LY,

Please define the tool shape in the CAM as indicated in the following table:

BRCVY—K | JOY53V5R | HDBUE (nm) | BATIABRE (mm) 5
Insert Programming R Remains cutting depth 2. = ?\,’é
35 I
SDNW120520TR(-P) R 8=
SDMT120520TR R3.0 10 12 g 2
R3.0 1.47 w
SDNW150525ZTR 20
SDMT1505252TR :
R4.0 1.32
SDNW120520TR(-P)

SDNW150525ZTR
SDMT120520TR SDMT150525ZTR
o Haikfﬁ;'ﬁ'ﬁ t’\') 77”’7??% Maximum ramp angle and helical hole diameter

® FOFTUNADEVCHIEREEENEEFIPRENTITH. FRISRIKSIHEREIHINLAUAILIIEIICT,
TIDFELTHI AL I MIREDAHF NI HRIFET I,

Since the cutting flute do not extend to the center, there are limitations on the ramp angle and hole diameter, but as shown below, cutting
by direct milling without a pilot hole is possible for ramping and helical milling.

@’\U 7‘3)[/7%?% Helical hole diameter.
/ |
| msime

| |
| I

. =

- msnH

Ramp angle 8 —

NS
Ramping Helical milling
© {ERHDEI - NUAIIEIDIES. T—TILiEbERIREHISRED 50% EEEULTLEE L,
+ For ramping and helical cutting, please set the “Vf” to around 50% of recommended cutting condition.
EJ15—/ 9v09547 -
{ERA Y —N Inserts Modular/Shank Type 7547 Bore Type
SDNW 120520TR(-P) SDMT 120520TR SDNW150525ZTR / SDMT150525ZTR
TE& (DCX) Tool dia.(mm) ¢ 32 ¢ 40 ¢ 50 ¢ 63 ¢80 | 100 | »63 ®80 | 100 | ¢ 125
EAMERE (6) 1| 1a | 2 22 | 15 | 1 3° 22 | 15 | 1
S| Maximum ramp angle 8
Ramping SR EE o o ° °
Re:zunfmendation 1 2 1 0.5
R | T otor | 46~60 | 62~76 | 82 ~96 |108~ 122 142 ~ 156 182 ~ 196) 102~ 121 136 ~ 155 176 ~ 195226 ~ 245
[EE]OERAL I LEHEZEBIAEVLSICHRELTTEL., HESZTEEUT COFERZEHREVNELET.
@NED LREEUNDBEFTNERIFTMIULT R,

@I7—JO— (EBYF—RI—) L&D IDLFREZTHTLV. BREREDBOCLZERDOL I TR EEBEHLLET,

[Note] @ The ramp angle 8 should be set within the ranges listed above. Do not exceed the recommended value.
@ For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

® Itis recommended that the tool be used while performing sufficient chip removal and checking that there are no abnormal vibrations.

O a- 7'9: v ’/Hr*fd)d%lﬁﬁb V Attention for the corner change

® I—FFIVIETS

BRICIE. MY —beEREFETEDIC
BERE B TLIEE LY,

Turn the insert counterclockwise upon corner change.
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Cutting performance

le \—I*“Jﬁlﬁ (40H RC) t@%ﬁﬂ*& Tool life curve with pre-hardened steels (40 HRC)

— o | | 1

£ | ek Y

\; | ! Conven,ti?[]?lw,t??l,\( 777777

g 1

E ‘

> 3 |

LY N e Y SR

kS SDNW120520TR-P

Hé = JP4120

fm R

] | Still usable
15 20

YIHIEFRE (min)
Cutting time

fz = 2.0mm/t DEEDIITICBVVCTIERBERBZ DESM

Surpasses life of conventional tools for high-feed cutting at fz=2.0mm/t.

mﬁu%ﬁ: Cutting conditions

w®  H M
Work material

I B &8 &
Tool

19— RIE
Insert model

5 Hl O E E

Cutting speed

1AZEbDEDE
Feed per tooth
A &
Cutting depth

R UL

Overhang

]

1]

TUIN—R V4§ (40HRC) Pre-hardened steels (40HRC)
TR4F4063BM-5

SDNW120520TR-P : JP4120

vc = 140m/min

fz = 2.0mmi/t

apxae = 1.0X45mm

200mm

I7—JO—. E—IH|

Air-blow

Single flute cutting

ﬁlﬂﬁﬁ biﬁ (52H RC) t@%ﬁﬂﬁ Tool life curve with quench-tempered steels (52 HRC)

0.4
E |
E SDNW120520TR |
0 (JP4105) |-
é 5 1 1
m = g, | ER@RG ISR S
W ’ Conveqtional tool G ! :
i 2 | ‘ —‘
B oo p—r
i ) | 1
i | | |
?‘a‘.-! 0 ! ! ;
0 5 10 15 20
LEIBFR (min)
Cutting time

U]E“%ﬁ: Cutting conditions

#®" H  #

Work material

I B & &
Tool

AV - RIE
Insert model

0 H ZEE
Cutting speed

1HHDDEDE

Feed per tooth

9 A # B
Cutting depth

® H L

Overhang

]

BEATUSRLSE (52HRC)
Quench-tempered steels (52 HRC)

%SUS420J2 182444 *Equivalent to SUS4202
TR4F4063BM-5

SDNW120520TR : JP4105

vc = 90m/min

fz = 1.0mmf/t

apxae = 1.0X35mm

200mm

I7—J0O—. B—X04]

Air-blow

SREEMOSREINLICBVTIERmZEBR DRG0

Surpasses life of conventional tools for more efficient cutting of high-hardness materials

Single flute cutting

tﬂﬁﬂ?ﬁﬁtﬁiﬁ Comparison of cutting force

SDNW120520TR

SDMT120520TR
(T'L—hfH)(with breaker)

2,500

3,000

3,500
YIRS (N)
Cutting force

BERNBEKREDET)

(Resultant force ; summation of the each component's maximum value)

tDEISRE cutting conditions

® H M
Work material

I B & &
Tool

1V —hEIE
Insert model

8 H & E
Cutting speed

1HHODEDE

Feed per tooth

A B

Cutting depth

R UL

Overhang

]

JUN—KV48 (32HRC)

Pre-hardened steels (32HRC)

TR4F4063BM-5

SDNW120520TR : JP4120
SDMT120520TR : JP4120

Ve = 150m/min

fz = 1.5mmit
apxae = 1.0X42mm
200mm

I7—J0O—. B—X04]

Air-blow

Single flute cutting
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Correspondence map for high-feed tools of mid/large diameter

g*i%-ig D IE@I IJ 77 ‘y 7 ( ¢*i§ ) Our high-feed tools correspondence map (mid/large diameter)

3 v

g
N TD6NAZ S
E HCZU=7%
3 TD6N
k] 21 HC!Breaker: -
2 1
g |
s ]
i 15 |- :
© ]
i f
2 | . TD6NA.
=2 FC/FB =
g JL=7 2
5 Lt MRAR4000 7
05| =" FCIFB|Breaker TR4F4000/type IR -
0 0 0.5 1 1.5 2 2.5 3
1HHDDEDE 1z Feed per tooth (mm/t)

XAFHIHE Work material : S50C(220HB). fER#EM Machine : HEI3EM/C(BT50EE 22kw) 3-axis MC vertical type(BT50,22kw).
T B4R Tool dia. : ®63. HIHEIERE Cutting speed : 150m/min. ZZZEHUE Overhang : =3DCX

NiZ:d32~125

Tool dia.

A 2 ~8 A

No. of flutes : 2-8 Flutes

Q41— DRBMZEFBDDfz=2.0mmI7ZEE R
BEED LIS IS

OESHFEMIZFTIEL., IN\—FAIVINITHOIRER
SRR

- Corresponds to high-feed cutting exceeding fz = 2.0 mm/t,
with economical four-corners insert.

- Multi-purpose type capable of both vertical and contour
cutting

Tﬁ;lFﬂ? TESNH?

N

HZE 950 ~125

Tool dia.

HEL :3 ~8 MH

No. of flutes : 3-8 Flutes

O Y —MIEED Y1 7 (FC/IFB) L&A
FATHC)ZSAVF v T

OE—RT « [C2FEFED 1 VT — R B D fFF 51N,
WL U VRS (X BT BETR N FREY
- Lineup of high-feed type (FC/FB) and high depth type (HC)
for inserts

- General-purpose type allows attachment of two types of
inserts to one body to meet a broad range of cutting needs.




g*i-l%-ig D 13510)54 -Jj- ‘y 7 High-feed tools lineup

BR mILS A9 —k
Feature Holder Insert
AU 257 APMX
Er BEE | BEE | BEE | X ’ | SVUR
e G- | @oEL | um | ) | Lo ik PECRES) pogamigr | (mm)
Economical | High accuracy | Supports for high- Efficiency (mm)- Shape circle code (mm)
(No. of corners) | (Less uncut remnants) hardened steel (No. of Flutes)
TDAN e | O o O | mgrsm $16~40 06 | 2.0 1.0
;‘—‘- ~62HRC [High Efficiency ' .
: multiflutes
SRS o O 06 | 20 1.5
=asge
Mu'ti-Flutes/ O | ~62HRC inann, ©16~66
multiflutes 12 3.0 2.0
- O O
ASRF-mini @) —62HRC | AA $20~63 07 | 20 1.2
"’/ General
ASR O O FI% $20~100 08~15
~60HRC Gleneral
3.0
ASRT O O > AE | 625~100 R | 09~14 2.0
~62HRC G’eneral ) ’
@) O
ASRF ©) 3 $32~100 12 45
~60HRC | AA a
e 14 1.5
O
TD6N O ~50HRC AR ¢50~125
General
3.0
12 1.2
O
TR4F :;& @) ~6é|)_|RC R | 032~125 9
o> General
)
15 2.0

KEERMMNMCERMNIATIEZSHS AV vIUTHEDET,
XTEAROFMICOVTIFEENYOT R IIR—LR—I THRBZSRLLET,

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)



MOLDINO

The Edge To Innovation

K. REDT—FIFHBRIERD—FITHD (RIAHMETIEHB D FH A
MoLDINO | It MOLDINODESREIETY,

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

1. B EDTEE

(1) TE25—X(R3) PSBWETIRIR. ETADETHIVERFOIRENELTERELAVE
A RHETEBEHRLLET,

(2) 14—ty L TERBICZHERT 2158 . TN UERF CEEMNAEVIIISERL T,

2. RFIRFOTER

() ZEBICH /ST ALY = DLy T AT BRI o TV EE T —NEADRFFHIERIC
FToTLEE,

(2) f{iﬁﬁqﬂ:\ RELRBENRELBER ESICEMEE LS T ZORBDOERERNT

7280,
3. ERALOIER

(1) YIHI T BB\ KA D% - BEEDHEIE, HSHPUHHERBL THUL TS,

(2) AR RROBUE L FILWMEEDIL EIFDOBREL TTHBLIZEV TIAZHN AZVEE
{EREEOBIMA /NSNS A HB IR T OMRICISU TEIHISE %8 E SRR TTER
{EEL,

(3) 1Y —NIBHEDMFITY . TEAPICIKIBL TRET BB AV BVET, £/ YIKTHRET
BZEN BNET ChODREMF IFEE £ L, XEHZVRBICA-TAFSEIBIY
HUETDT, TEEZHERABRZOABICERHIN—EMT ), REDP LBZOREELEERL
TRELLBET COMEEEBREOWELET,

B PBRDOBROBZEZATIHMEARLLEVTLEE L,
- AAGEMEEIHIIE, KK DBAD HNET DO TERLEVTILES N,

(4) TEEAROBHLISHAERLAY. BEELAWLEVTES Y,

4. TEICEALT. R LOMES - RAD S - TOMTHERS HUELLS| 7U—F 1 VIVETER |~

BEVAEDEER,

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.

#t2it MOLDINO
I\ http://www.moldino.com &5 0120-134159
MOLDINO Tool Engineering, Ltd.
- . F—HR—
At T130-0026 RRMBARXAE-31-11 (£ 21—y S THEL LS LRERT—y~—2 [TOOL SEARCH]
2@ 03-6890-5101 FAX 03-6890-5134 ‘ TOOLSEARGCH ‘ I ] &
International Sales Dept.: & +81-3-6890-5103 FAX +81-3-6890-5128

EXPER B®036890-5102 FAX03-68905134  BHEZFEE @®03-6890-5103 FAX03-6890-5128 5

RREZFEM 0368905110 FAX03-68905133  E#ME%Fr @& 054-273-0360 FAX054-273-0361

RibEZPT 0222085100 FAX022-208-56102  £HEEHA T 052-687-9150 FAX052-687-9144

FREZEPT ®0258-87-1224 FAX0258-87-1168  ABREZFT @& 06-7668-0190 FAX06-7668-0194

REIREEA B®0294-88-9430 FAX0294-889432  FRuEZFT @& 082-536-2001 FAX082-536-2003

REFEHP ®0268-21-3700 FAX0268-21-3711 TUNEZRT &®092-289-7010 FAX092-289-7012

JtEEREET ®0276-569-6001 FAX0276-59-6005

wE/|IREA 0464009429 FAX046-400-9435

3-0v/\,MOLDINO Tool Engineering Europe GmbH Itterpark 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

JSY)b./ MMC 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)3506-5677

5 (/" MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Kiong Tan, Klong Toe, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-661-8176

A~ B/MNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 20 Stage, 5th main, BBMP Ward #11, (New #38), Industrial Subur, Yestwanthpura, Bengaluru, 560 022, Kamataka, India. Tel:+91-80-2204-3600
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