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Super Excellent Mini ASM

MOL.DINO

The Edge To Innovation

Indexable Square End Mill

ket MOLDINO

MOLDINO Tool Engineering, Lid.

New Product News ‘No.1203-12 ‘ 2023-6
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Indexable end mill using advanced small-diameter inserts.
Pocket design and 3D-shaped cutting edge enables
high-efficient machining of even small diameter sizes.
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Lineup of small diameter sizes from @8 to ¢32. P Can be used instead of solid end mills.
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JDMT-type inserts for shoulder cutting and EDMT-type inserts for low-depth, high-feed-rate machining can be used in the same holder. ~ PConcentration of roughing tools
By using a modular type holder, a carbide shank and special arbor suitable for the cutting depth and cutting shape can be selected. ~ P>Broad cutting range
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Uses low-force free-cutting-shape insert. P Compatible with low-powered small-sized machines equivalent to BT-30.

o P 20— TERDEFNEA T —b
e > SR . B ICENCRIBE SR O REMEZ IV F (CRA.

P Economical insert with 2-corner specifications
P Special environmentally-friendly, high-hardness, corrosion-resistant surface treatment employed on holder.
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R Stainless steels ] BEANH 45~55HRC 55~62HRC
Aluminum alloys Carbon steels  30~45HRC  Hardened steels Hardened steels
Pure Copper Alloy steels  pronardened steels  45-55HRC 55-62HRC

Hardened steels
30~45HRC

Features 2 types of applications by changing inserts
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- High-efficient tooling system to match cutting depth or work shape
LI ®y
BEY YV L
Carbide Shank '
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Modular Arbor
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With center through-hole for excellent chip removal
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EDMT-type insert for machining efficiency
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JDMT-type insert for high-grade machined surfaces
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Utilizes R2.0 cutting edge shape. » IT/NUIERL

» No uncut remnants peculiar to high
feed tools

» Low cutting resistance

Utilizes Fine Wall (FW) shape.
» Decrease unevenness of machined surfaces

E‘ = y ! » Decrease burring

# Bl # work material : S50C
I B Toos : ASMO712S12R-2(¢ 12-3NT)
YIHIZR cutting Conditions
I ve=200m/min
vi=800mm/min
apXae=5X0.5mmXx2
IE;@HZ'I UE Tool overhang 25mm

# Bl # work material : S50C
T B Tools : ASMMO710R-2(¢ 10-2NT)
+ASC10-6.5-114-49
YIEIZR cutting Conditions
I ve=160m/min
vi=6,115mm/min
apXae=0.25X5mm
IE%H:II UE Tool overhang 80mm
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- ASM enables high-efficient machining according to cutting shape by combined use with various tooling systems.

ﬁﬁtﬂl'ﬁﬂ%ﬁ: Features & Cutting Conditions

IO FALTIRILY EV15—94THRIVY + EI25—7—I\ | EV25—F1THKILS + BEI/ v
Shank type holder Modular type holder + Modular arbor Modular type holder + Carbide Shank
—fRHFEBEDE TEREURSZRIEICTEFTT MBI MER

General-purpose combination E\/ \IQ;’&HZI' bEiD‘MEU”DI[C&}J%’E%}E LFET.

LETOT/NEUERIMHH TORERICHRNTY .
Tool overhang length can be minimized. By making effective use of machine

Exhibits good machining effects when long tool overhang lengths
tool rigidity, it can be used effectively on small-sized, low-rigidity machines.

are necessary.
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-KJ Qo Refer to standard cutting conditions Refer to standard cutting conditions Refer to standard cutting conditions
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) —HHODEDE(f2)%Z Note —HHIODEDE(f2) %%
Y, BHELIHIRAFDE0~70%ZBRIC BAELIHIRHFDE50~70%ZHRIC
D5 {ERL CHAEEFEL) {ERL CHHE TS
EE[ As a general rule;the feed rate per; ‘As a general|rule)the feed rate per; LIDZS [EE]@
1+ filite](fz) should|be reduced|to between fiute](7z) 'should|beredliced to between —HAHDDEDE (f2)72 Note
gK 6 | 50%;and;70%.of ,the value listed|in the 50% and 70%ofitheivalue]listed injthe-c- o f. B0 & 0. TEETHIRHDE0~70%ZE%RIC
m]K standard cutting|conditions and adjusted: standard cutting|conditions and adjusted: {ERUTHRE RS
As a general rule, the feed rate per flute (fz) should
H A P s ISR RS be reduced to between 50% and 70% of the value
listed in the standard cutting conditions and adjusted.
8
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@ASM@20~p32%BT30/40FH#ICCTHERADIREEI 15 —5 1 TRILI+EI2AS—7—)\DEEDOEZHELE T,
@75 —HvhEY+>2ASMO7 10S08R-2. ASMO7 128 10R-27% C{E A DR ISERAELIHISR - D—H HfcD DED & (f2) 2 5IC50~70%ZBRICIEFHL T TS L.
@¥BIE > ASC10-6.5-114-49/24%1 /D=5 THMERA DRI fz=0.3mm/t. ap=0.2mmKEmDYIHIRMEZEEL T T,

[Note] DThis table shows general conditions for shoulder cutting. Adjustments should be made according to machine rigidity or tooling and the shape of the subject for cutting.
(@When using ASM @20 to @32 inserts in a BT30 or BT40 arbor, the use of a combination of modular type holder and modular arbor is recommended.
(®When using an ASM0710S08R-2 or ASM0712S10R-2 undercut type shank, as a general rule the feed rate per flute (fz) should be reduced to in addition, 50~70% of the value listed in the standard cutting conditions.
(@Select the cutting condition of fz=0.3mm/t and less than ap=0.2mm when you use carbide shank ASC10-6.5-114-49/24 with L/DZ5.

o 2@;‘3@'{"&_ I*ﬁ?llf 2 kinds of insert geometry
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- 2 kinds of inserts are available: Standard type inserts (T-type) and low-cutting force-type inserts.
* Low cutting force-type inserts reduce cutting force at the corners when pocketting by approximately 10%.

BRESAL(TLUY—k KRS T —k
Standard type Insert Low-force type Insert
(EDMTQ70220R-T) (EDMTO70220R)

® I—FRIZIEREREERA. 7OV JRERIIVEHEEA.

+ Regular R shape is used for corner R. There is no need for an approximate R definition.

: @ T ENDI—7FR2.0TY . (FxbIEIFEDHIDELIGBDEEA)
o @ENAEDENAFapld0.3mmEATICEREL T EELY,
4 (ap=0.3mm)
*Tool corner is R2.0 (Unique to high-feed-rate tools to leave no uncut areas.)
RE2.07 +Axial direction cutting depth ap should be set to 0.3 mm or less. (ap = 0.3 mm)

GxE]
@YIHIE=DCX - 4mm

[Note]
(DCutting dia. =DCX - 4mm

‘ YRR ‘

@RI yNITETSICIE THARE (ae) ISERL. HIDEUDREENZ TREL,  @When performing pockgt .cutting, be carefgl FJf the cutting width
Cutting dia. (BB Rae=t I X 0.5~0.8(mm)) i;j;jnd ey ;m?dntz e téurf{ifz”;?f ok f(f?(mm»
- B W ¢ — R .x0.: ’
‘ DCX ‘ OHIEL LRl BT 5 = oo (®When cutting the corner area of a vertical wa}ll, setting thetool path

RZERITHTETRIDREVICINITHEIEET T, corner area to R will enable more stable cutting.
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AJ:_7_'477:/ ')—10)# Features of AJ Coating series
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- Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers. \ow-cutgtmg-fcrce coating
- Excellent wear resistance, chipping resistance, and heat resistance!

surface layer
(o] *ﬁ*iﬁ'i" New technology!!

® SAZEOHI-T(VIBRFERROFRAEBHOBIELICKD HEFEEEMHT v EY THZENE!
@ MiAEECENEERNROI—T 1V I RREZ R MM OBEMERURREOMET!
+ The new layer with high Al content employs a new composition and optimizes the structure to improve wear resistance

and chipping resistance! B carbi
+ Employs a low-friction-effect coating with excellent welding resistance as the top-most surface layer. This reduces Carbide

welding to the work and decreases cutting force!

PVD Technology TUIN—R24l - AN T A iE LJ F) 4 '| 2 O

MHAEFENE .
FvELTHIC
Bhi-a—F127
Coating with excellent wear
resistance and

chipping resistance

Grade for machining pre-hardened or hardened materials

o #%E Features ’ t)JﬁUTiﬁE Cutting performance

® MHEEFEIEEMIEDN\S Y A ICBNHMBERH EH I—T I TAJI—F 1 VI | DR )
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® SLAENEL . 30~50HRCOFHDYIHIIN L CHEEFEI S F v~ J BN T,

+ 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.

B

JP4120

RIS EEEREN
Flank wear VBmax (mm)

=
Ex.

0 10 20 30 50 60

1"'!’ ﬁ!? Strong fields tJJﬁIJﬁE%ﬁcumnglengm(m)

T—7 workmateriat : P21(40HRC)
® 30~50HRCOTU/\—RVHl - EANEDLIHINTICBWLW TNt EFRIELE T, {BAITE o0 | ASRT5063R-4
@ HHIRDI 1 AANEERAMPTHEERRAT VUM, T EFINTICBVWTEHENMER %;U?%f_#'::‘nn : :’YDNW14°52°
HERELET, Ve=90m/min  fz=0.8mm/t apXae=1x44mm

- Exhibits excellent cutting performance when machining pre-hardened or hardened steel with hardnesses of 30 to 50 HRC. BT oy XE—FIHIL single-fute cuting

+ Exhibits excellent wear resistance even on difficult-to-cut diecast tool steel or precipitation-hardened stainless steels, or for
finishing.

PVD Technology A7 YUV ASIRMBIMLIEME N A 160

Grade for machining stainless-steel materials

o ‘“I'#E Features ’ | EHI14EE Cutting performance
0.6

©® HNHEICENCBESMEH I—T 4V ITAJI—T VT IDFRICKD. AT VU AR D ~ BERER: Conventional
YIENN IS CEFEE EMFvEV Dt ZEm EE B F U, '"E“E
@ MABMEICENZAJI—T VT |DFRAICKD. ATV U AR FIOINT TRE T DA %E JM4160
*Z@/ﬁ?g%ﬂi/ﬁzbafbh_o EE
- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and chipping %Jé
resistance when machining stainless-steel materials. e
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when machining
stainless steel materials. Z 3 m

HIHEIRERE cutting length (M)

T —2 Work material : SUS304
lE| ==
._,ﬁ¥§ Strong fields TS 10 : ASRS2032R-5
A2 —B insert : EPMTO603EN-8LF

@ AT VLUAHRMBDINTIEMRICEVNTREREZERELE T, IHIZRAF cuting congions ©
. . . . . ve=180m/min fz=0.5mm/t apXae=0.8X2Tmm
+ Provides long tool life for general processing of stainless-steel materials SBEIIT wet ¥ ES—IFIHNT Single-futo cutting

PVD Technology 1= 15 2 4 Il T FA#71 #& JP4105

Grade for machining high-hardness materials

o #%E Features ’ HIHEIM4EE cutting performance
0.6
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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.
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Flank wear VBmax (mm)
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@ EANH(50~60HRC):SKD11,SKD61,SKH,SUS420%% =7 ok matrit - SKD11(61HRC) AT ro0 - ASRS2032-5
- Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc. t;;u; {¢';:;T::ccnii':YV°603TN -8

ve=80m/min fz=0.2mm/t apXae=0.5X2Tmm
BRI oy ¥E—IINIT single-fute cutting
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Line Up
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Numeric figure in a circle {: and alphabetical character comes in a squarei .

JOMTA 8 —k ] g I Z
7 8 ik 2
JDMT insert (=] [=]
EDMTA VY —h 2f 5 gf
S G SR e 4z
EDMT insert Y =] =1}
APMX ‘ “aPuX
LH LS LH LS
LF LF
Fig-1 —%HZ standard type Fig-2 724 —3w Iz undercut type
V:\ﬁt?a:isl{e\ji ifmﬁghzjnlrrg torque 0 - 5 N m zgi?cg?migmded
T m B iR | - N A size (mm) 7 1k WA Uo— N [FRIEEEE)
ltem code Stock | oo DDcx LF |APMX| LH [DCONMS| LS Shape Inserts retail price (¥)
ASMO708S10R1_|@®| 1| 8 | 75 18 | 10 | 57 | % Sonors oo (Fig 1) 22,290
ASM°71 051 0R-2 . 2 1 0 80 20 1 0 60 —R&f Standard type (FIS-1) 22,290
ASMO0710S08R-2 (@ | 2| 10 80 20 8 60 | PYHE—hyME undercut type (Fig-2) 22,290
ASM0711S10R-2 @2 11 80 20 10 60 | PYA—hyME undercuttype (Fig-2) 22,290
ASMO0712S12R-3 | @ | 3 | 12 80 20 | 12 60 | MR Standard type (Fig-1) 26,980
ASM0712S10R-3 | @ | 3| 12 80 5 20 | 10 60 | ZYE—hyME undercut type (Fig-2) JDMT0702 53R 26,980
ASM0714S12R-3 ®| 3 14 80 0.3)* 20 12 60 | PYE—hyME undercuttype (Fig-2) 29,330
ASM0716S16R-4 |@ | 4 | 16 | 90| ~ | 25 | 16 | 65 | —m® sensaape (Fig-1) | EDMT070220R(-T) |35 94
ASMLO0716S16R-4 | @ | 4 | 16 | 115 50 | 16 | 65 | —mR Standard type (Fig-1) 41,060
ASMO71 751 6R-4 . 4 1 7 1 1 5 20 1 6 95 7‘/9“—73“J|‘ﬁ3 Undercut type (Flg-2) 41 ,060
ASMO0720S20R-5 . 5 20 105 25 20 80 | —m Standard type (F|g-’|) 44,580
ASML0720S20R-5 | @ | 5 20 140 60 20 80 | —mR Standard type (Fig-1) 48,100
ASMO0721S20R-5 | @ | 5 21 140 20 20 [ 120 | ZyE—hyME undercut type (Fig-2) 48,100

EDMTO70220R(-T)ZERADBEIFAPMXIE () AICIEDFET . %When using EDMT070220R (-T), APMX is in ( ) dimensions.

DR wore ASMMO7

CHIBFDADZF T, Numeric figure in a circle: .

THSZMS D‘F{VS(:E'IIE)
JOMTAo8—k : g
L7RE 5 i
JDMT insert
THSZMS D‘RVS(:E'IIE) VJ;-IE;Z‘EE =
EDMTA H—F b Y ) £ B AT ML
R = 4 8 EEIEE i:{%% 2 gmianing torque
EDMT insert oy<| — [ T 0.5Nm
FERUEE
Spare screw included
wmEO—R | 1EE | IH g & sizemm) Ry —  (RLEEEE)
temeode | S| R3] DE | LF | APMX |DCONMS |THSZMS| DHUB | L1 | L2 | DRvs Inserts rtal prics (¥)
ASMMO708R-1 | @ | 1 8 20 6.5 | M6 98 | 55 | 145 7 22,290
ASMMO0710R-2 | @ | 2 10 20 6.5 | M6 94 | 55 | 145 7 22,290
ASMMO0711R-2 | @ | 2 1 20 6.5 | M6 9.8 | 55 | 145 7 22,290
ASMMO0712R-3 | @ | 3 12 20 6.5 | M6 9.8 | 55 | 145 7 26,980
ASMMO0712R-2 2 12 20 6.5 | M6 98 | 55 | 145 7 —
ASwMOTTeR-8 T |3 16 [ 25| 5,55 [ Ms [os| a5 |17 0| OMmoreccr | SB7I0
- ¥ . . . _ -
ASMMO720R-5 | @ | 5 | 20 | 30 | 2 [10.5 | M10 | 17.8 | 55 |19 | 15 | OMTO70220RCT) 77 5a5
ASMMO0720R-4 4 20 30 105 | M10 | 17.8 | 5.5 |19 15 —
ASMMO0725R-6 | @ | 6 25 30 125 | M12 | 20.8 | 6.5 | 22 17 51,620
ASMMO0725R-5 5 25 30 125 | M12 | 20.8 | 5.5 | 22 17 —
ASMMO0732R-8 | @ | 8 | 32 30 17 | M16 | 28.8 6 | 23 22 64,520
ASMMO0732R-5 5| 32 30 17 | M16 | 28.8 6 | 23 22 —

EDMTO70220R(-T)ZERADBEIFAPMXIE () AICIEDEFT .  %When using EDMT070220R (-T), APMX is in ( ) dimensions.
CER]EY1S—INVRUFAEY+VH . BH7—/NO[IRKBEI [EY25—RURIICHY—RBEDRBRIFERLAOTIIZEN,
[Note] Do not apply lubricants such as grease, etc. to the "contact faces" and "modular screws" of the "modular mill", "dedicated shanks" and "dedicated arbor".

OF | I BERTY, @ : Stocked Items.  fBEN : ZF4EESRTT . No Mark:Manufactured upon request only. =



HEBFHADET . Numeric figure in a circle .

Fig-3 JDMTO7020::R

HARSMMZE{A Y 3 IV —ITRA VY —b

Insert with 5mm cutting edge for shoulder cutting

(APMX=5.0mm)

Fig-4 EDMTO70220R(-T)

J—7FR2.0mmOEHAH=XD FA VP —

Insert with 2.0mm corner R for small-depth, high-feed-rate cutting
(APMX=0.3mm)

s
£ Carbon steels [ | Il
M| SUSZ% SUS, etc. = BN M G—ﬂﬁt?ﬁ'{t %;—'?Eﬁ »
FC-FCD Cast irons [ . e"ir: °”| i Ir_s re‘f;mme” °
7 V== LEE Aluminum alloys M Il " | 0 ;nzraﬂjg{ti;g%;cﬁé;mmmended
STEEM Hardened steels | [l I
3 3 R FE/\FEATAE (F)
<o <o = 3 LI\
'F}% 'F}‘E ”.‘E T‘r /ﬁ Suggested retail price (¥)
ns 08 n 8 Size (mm)
EmI—k = 22 =E aa iz R
Item code Tolc?;:;r;ce o w o Shape AJ]‘?»{“JZ
L | 9 = THI-74V%
s | 5 < |8 g [NsLj Wi |RE| S CAJ,'TT.H SDs010
% % ;} E %) oating
JDMT070202R o [ o [ ® [6.4]43|0.2]|245 910 | 1,270
JDMTO070204R i o o o L ® |(64]43|0.4|245 Fig-3 910 1,270
JDMTO070208R M o [ o o ® |6.443|08/|245 910 | 1,270
EDMTO070220R-T e o o 6.4 432 |25 |figdBR2(T 1 910 —
EDMT070220R e o o 6.4 43 |2 |25 |[iedBERRAT | 910 —
EBE-HE% Parts CHIBEFDADE S . Numeric figure in a circle .
B2 93527RU RSA)(— RUBEETERGLEE]
Parts Clamp screw Screw driver Screw anti-seizure agent
AR
Shape ﬂ %
217 % 217 RRIAEE
a5 el P o b e A
Cutter body (N-m) Sugsr?cs;e(d r)etail Sug;r?cs;e(d r)etail Sugg:sée& r)etail
ASM (L) 07338 HR-(
ASMMO7 BT 240-140 | 05 | 870 104-T6 | 1,800 P-37 1,010

(8] 5V 7RUIGERRTY . ERAREICEDIIFERIFEILLET D TRDDOTRZESENRLET. 50 TRU. SRITTIFFHN 14, 4RI EIF TR 241 E

LET,

[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.

T og) OF) | IZHEFEBERTY, @ : Stocked ltems.  HEEN : ZFEESRTI . No Mark:Manufactured upon request only.



EyJE_E}bgm =J.‘7-Ja The Shanks for Modular Mill

I ﬁﬁﬁﬁ’/'\fjﬁ Carbide Shank

LF LF
LB1 LS LB1 LS
n 2] n T 2]
N = z g = 2
8]:-:—3 —:-:%%-EEE:-:%:-::—::-:%:E 8 8E =H==p=m == Q=== o= 8
e \THSZMS a 8 \THSZMS e
AZALT Atype B#&41 7 Btype
LF
o LB1 LS *
= = =
%E =5 EE==om= :—::%ﬁ:—:ﬁ:—::—::—:—: ‘ %
5 \THSZMS 8
CHA 7 Ctype
5 . I7-R| &S
EmmI—R & I % size (mm) 947 | BRAY S ﬁf:/ Eml(]ﬁi)b
ftem code t conws[THszmMs|  LF | LBt LS | BD1 |pconms| D7 | VPO | CUerPoY | winay | Suggested
ASC10-6.5-74-24Z | @ 74 | 24 50 ($8) 25,810
ASC10-6.5-84-34Z |@ 84 | 34 50 ®10 27,930
ASC10-6.5-114-49Z |@| &5 | M6 1a |49 65 93 | 10 - | A win=| © 30270
ASC10-6.5-114-24Z |@ 24 90 (912) %3 30,270
ASC12-6.5-74-24Z | @ 74 | 24 50 (08) 36,020
ASC12-6.5-94-44Z [ } 94 44 50 B (910) 4 o 37,430
ASC12-6.5-129-642 |@| 65 | M6 12g |04 65 | 12 | 115 (@11) 4 39,540
ASC12-6.5-129-24Z [ } 24 105 12 39,540
ASC16-8.5-95-30Z | @ 95 | 30 65 48,100
ASC16-8.5-120-55Z |@ 120 | 55 65 52,560
ASC16-8.5-140-75Z |@®| 85 | M8 | 140 | 75 65 | 145 | 16 | 155 | B | ¢16 O [ 55960
ASC16-8.5-160-95Z [ ] 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|@| ' | M0 oo 920 00 | 8% | 20 | 195 | B 620 O 69920
ASC20-10.5-270-150Z | @ 270 150 120 88,690
ASC20-10.5-220-50Z | @ 220 170 69,920
ASC20-10.5-270-502 [@| 0% | M10 oog 1 50 oo | 185 | 20 | 195 | B 420 | O r—eees
ASC25-12.5-145-65 |@ 145 | 65 80 64,990
ASC25-12.5-215-115 | @ 215 115 100 76,130
ASC25-12.5265-145 (@] 2> | M2 —oes 125 | 120 | 23 25 - | C| ¢35 © 88690
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 M12 315 65 250 23 25 - c $25 O 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 | M16 | 260 | 140 | 120 | 28 32 - | c| ¢32 O [ 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 e 17 M16 310 80 230 28 32 - C @32 O 160,710
ASC32-17-360-80 ° 360 280 202,930

[ER] OMEROI-UVIFrvo BEDIIVE—ICTERTEET,

@x3TRDYRBDY PV HBLUKREWVID, VvV HBBDOFENBYEE A
@xaTRDYRBD Y vV HBLVNEV D, VvV OBBROTENELET,

OF | IZEEEBERTY. @ : Stocked Items.

[Note] (®Commercial milling chucks or shrink-fit holders can be used.

at the shank.

_interference at the shank.
(3For 4, since the cutter diameter is smaller than the shank diameter, interference occurs

(@For %3, since the cutter diameter is larger than the shank diameter, there is no



E'-'J:l. 5 - Elbgﬁﬁ =J'\7 -Jg The Shanks for Modular Mill

1 88v>/2 steel shank

LF
LF
LS LB1 LS
w ()
2 2 : = =
e —————f e R 5
8 THSZMS a e THSZMS e
AT T Type A B&4 7 TypeB
LF LF
LB1 LS LB1 | LS
2 = 2 |
§ E: S 8:.*:_ J% S essTEes s eesrsannmT [ § (é) ] N _ %
= e =
= THSZMS e 3+ AW 3
o e [m]
CH14F(EF—I\) Type C (Tapered neck) THSZMS
D%« 7 TypeD
1 3k si I7-N| FEBINGE
wRI—K  |aE E LD 547 @Rnys| B8 | EEE
ltem code Stockl pcONWS | THSZMS | LF LB1 LS BD1 |DCONMS| D7 | Type |Cuterbody| i, | Suagesied
AS10-6.5-74-0 o 6.5 M6 74 - 74 - 10 - A #10 — [20,890
AS12-6.5-84-4 [ J 6.5 M6 84 4 80 11 12 - B |11 ¢12] — | 24,290
AS16-8.5-95-15 [ ] 8.5 M8 95 15 80 14.5 16 15.5 Cc 16 O | 28,160
AS20-10.5-100-20 @ | 10.5 M10 100 20 80 18 20 - D @20 O | 31,680
AS25-12.5-115-35| @ | 12.5 M12 115 35 80 23 25 - D »25 O | 35,440
AS32-17-110-30 | @ | 17 M16 110 30 80 28 32 — D ¢32 O [ 42,470
[EE] MEROI-UVHIFruvOICTERATEEY.  [Note] Commercial milling chucks can be used.
:E=J":|.5_E"I§m7—} \“ The Arbor for Modular Mill
I HSK-AB3 = 222 H—S5Y AT
Coolant Pipe
L1 ‘ THSZWS
_H m— o
| ®
§ \Hsk-A63 |
*BEBE. I —'—#RICTGEIMNIAIRET T, §
$¢For neck section, additional machining to user specifications is possible.
I, I7-R| FLINGE
EEI—R 1 ~ K Size (mm) ﬁﬂ:/ i (M)
ftem code Stock | DCONWS | THSZWS | LB2 LB1 BD1 @DS | BHTA2 |uwinolt | Sedoesee,
HSK-A63-10.5-30-18 [ 30 — 20.8 3° 94,560
HSK-A63-10.5-70-18 [ 10.5 M10 70 10 18 25 3° @) 97,130
HSK-A63-10.5-120-18 [ ) 120 10 30.2 3° 101,350
HSK-A63-12.5-35-21 [ ) 35 — 24.3 3° 95,490
HSK-A63-12.5-65-21 ( 12.5 M12x1.75 65 10 21 27.5 3° @) 96,660
HSK-A63-12.5-115-21 [ 115 10 32.7 3° 101,710
HSK-A63-17-40-28 [ 40 - 31.8 3° 95,490
HSK-A63-17-60-28 o 17 M16x2 60 10 28 33.9 3° @) 96,660
HSK-A63-17-110-28 (] 110 10 39.2 3° 101,120

O : IZEEBERTY. @ : Stocked Iltems.



I BTSO LB2 22 484 |
81 THSZWS g
[
T gk gt g
! I [l — S | [
Z sitaz | Il [ | 'BT30
HEEIE, I—TEICCEMNTTRETY . g
% For neck section, additional machining to user specifications is possible.
ERI—R e ~ & Size (mm) Ig%\ﬂ
ltem code Stock| DCONWS | THSZWS LB2 LB1 BD1 ¢DS BHTA2 | “arhoe-
BT30-6.5-30-9.7 30 5 17.0°
BT30-6.5-55-9.7 6.5 M6 55 10 9.7 25 9.6° -
BT30-6.5-80-9.7 80 10 6.2°
BT30-8.5-25-15 25 5 20.6°
BT30-8.5-50-15 8.5 M8 50 10 15 30 10.6° @)
BT30-8.5-75-15 75 10 6.6°
BT30-10.5-20-18 20 5 29.5°
BT30-10.5-45-18 10.5 M10 45 10 18 35 13.7° @)
BT30-10.5-70-18 70 10 8.1°
BT30-12.5-15-21 15 5 32.3°
BT30-12.5-40-21 125 M12 40 10 21 40 17.6° O
BT30-12.5-65-21 65 10 9.8°
BT30-17-10-28 10 5 31°
BT30-17-35-28 17 M16 35 10 28 40 13.5° O
BT30-17-60-28 60 10 6.8°
I BT40 LB2 27 _ 654
LB THSZWS |
—
= (o) B
BEE S B e é,,,, IR
u;’ BHTA2 | ||| ]
HEEIE. 1— I CENTASETT g
3% For neck section, additional machining to user specifications is possible.
mmd— R £ ~ & Size (mm) 17;%7'\
ltem code Stock| DCONWS | THSZWS LB2 LB1 BD1 ¢DS BHTA2 | “ahoe”
BT40-6.5-30-9.7 30 5 17.0°
BT40-6.5-55-9.7 6.5 M6 55 10 9.7 25 9.6° -
BT40-6.5-80-9.7 80 10 6.2°
BT40-8.5-25-15 25 5 20.6°
BT40-8.5-50-15 8.5 M8 50 10 15 30 10.6° @)
BT40-8.5-75-15 75 10 6.6°
BT40-10.5-20-18 20 5 29.5°
BT40-10.5-45-18 10.5 M10 45 10 18 35 13.7° @)
BT40-10.5-70-18 70 10 8.1°
BT40-12.5-15-21 15 5 32.3°
BT40-12.5-40-21 12.5 M12 40 10 21 40 17.6° @)
BT40-12.5-65-21 65 10 9.8°
BT40-17-10-28 10 5 45°
BT40-17-35-28 17 M16 35 10 28 48 21.8° @)
BT40-17-60-28 60 10 11.3°

SEED : L ER TYT. No Mark:Manufactured upon request only.
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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
— bELEEN,

o XDEMIF. K Z TEDOHRRGFDFHIZEISEELTTHEALLEE L,
11 e S v 0 EDRBENITEN ATHIERNAELBD IRV VvV IBFT
. 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 EY25—3)) RIS s ) e e P, o e scmmondes ol

Dimensions for the Modular Mill mounting holder shank may experience fretting corrosion or fall out of the machine. spindle.

oo I oo It
%u%j_ '\ %—: T_f;f Size(mm) §§ ?ﬂﬁ)ﬁ %‘E&j_ '\ g T_r;ﬁ Size(mm) §§ E(Jﬂ%%
Item code % (ke) | Ry Item code % (ke) | Fgdy

g| G |@#D|H|Hi|oC| L | M| L1 |pCi|pCoeeM| 5y g/ G |@#D|H|H1|oC| L | M| L1 |oC1|pCoes| 5y

BT40-RSG8-105-M25 |105] | 80| 1.4/0.6 BT50-RSG10-200-M25 200| 25/175 5.6 0.5
BT40-RSGE-135-M25 1135] 25[110] 1.8]0.7  [BNBT50-RSG10-165-M50 1165]  [115] 4.4]0.8
BT40-RSG8-165-M25 165 140 2108 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-RSGE-160-M50 1160] 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 11.7
BT40-RSG8-155-M75 |155] | 80| 15131 BT50-RSG10-250-M75 250 175 58118
BT40-RSG8-185-M75 M8 |8.5(18/6.5|15|185| 75/110/30 |32 |1.9 /3.4 BT50-RSG10-215-M100 M10110.5122 6.5 19 1215|  |115] 36 | 38 45127
BT40-RSG8-215-M75 215 140 22135 BT50-RSG10-245-M100 " ’ ’ 1245/100|145| 48129
BT40-RSG8-170-M30 1170 | 80| 15145 BT50-RSG10-275-M100 275 175 58129
BT40-RSG8-200-M90 [200] 90[110] 1.9(4.8 [NBT50-RSG10-235-M120 235] [115] 46]3.9
BT40-RSG8-230-M30 230 140 22149 BT50-RSG10-265-M120 1265|120|145| 4.9 142
BT40-RSG8-185-M105 |185] | 80| 1.6/6.2 BT50-RSG10-295-M120 295 175 59142
BT40-RSGB-215-M105 215]105[110] 2.0]6.7 [BT50-RSG10-255-M140 255 [115] 4.7]55
BT40-RSG8-245-M105 245 140 2.316.8 BT50-RSG10-285-M140 1285|140|145| 5.0/5.8
BT40-RSG10-125-M25 1125/  [100] 1.8/04 BT50-RSG10-315-M140 315 175 6.0/5.8
BT40-RSG10-155-M25 [155| 25[130] 2.2|0.5 [MBT50-RSG12-140-M25 [140] [115] 46]0.2
BT40-RSG10-185-M25 185 160 2.410.7 BT50-RSG12-170-M25 |170| 25|145| 5.0/0.3
BT40-RSG10-150-M50 |150  [100| 1.9]0.8 BT50-RSG12-200-M25 200 175 5804
BT40-RSG10-180-M50 1180 50[130] 2.3|1.0 [MBT50-RSG12-165-M50 1165]  [115] 4705
BT40-RSG10-210-M50 210 160 25112 BT50-RSG12-195-M50 |195| 50|145| 5.110.6
BT40-RSG10-175-M75 175/ [100| 2.0 (1.6 [MBT50-RSG12-225-M50 225 [175 59(0.6
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] 49108
BT40-RSG10-235-M75 235 160 2.6 2.0 BT50-RSG12-220-M75 |220| 75|145| 5310
=4 BT40-RSG10-200-M100 1200 |100| 2.0]2.7 BT50-RSG12-250-M75 250 175 6.111.0
[ BT40-RSG10-230-M100 230/100[130] 2.4/3.0 [MBT50-RSG12-215-M100 1215]  [115] 5.0[1.3
BT40-RSG10-260-M100 260 160 2.6 33 BT50-RSG12-245-M100 M1212.5/22| 6 |24 |245/100{145|43 |45 5.4 1.5
BT40-RSG10-220-M120 1220 |100| 2.114.0 BT50-RSG12-275-M100 275 175 6.211.6
BT40-RSG10-250-M120 1250(120130| 25143 BT50-RSG12-240-M125 1240,  [115] 52|21
BT40-RSG10-280-M120 280 160 2.7146 BT50-RSG12-270-M125 1270]125|145| 5623
BT40-RSG12-125-M25 |125] |100| 2.010.3 BT50-RSG12-300-M125 300 175 6.4124
BT40-RSG12-155-M25 [155] 25[130] 2.4]0.4 |+{BT50-RSG12-265-M150 1265]  [115] 5.3]3.0
BT40-RSG12-185-M25 185 160 2.7105 BT50—RSG12—295-M150 1295|150|145| 5.7133
BT40-RSG12-150-M50 1150 |100| 21105 BT50-RSG12-325-M150 325 175 6.534
BT40-RSG12-180-M50 180/ 50[130| 25(0.7 [MBT50-RSG12-290-M175 200/ (115 554.2
BT40-RSG12-210-M50 210 160 2.810.9 BT50-RSG12-320-M175 1320{175|145| 59146
BT40-RSG12-175-MT75 1175 |100| 23109 BT50-RSG12-350-M175 350 175 6.7 4.6
BTAO-RSG12-205-M75 | M12112.5(22| 6 |24 [205| 75[130| 43 | 45 [2.7 1.1 [BNBT50-RSG16-140-M25 [140[ (115 480.2
BT40-RSG12-235-MT75 235 160 3.01.3 BT50-RSG16-170-M25 |170| 25|145| 54102
BT40-RSG12-200-M100 1200 |100| 24114 BT50-RSG16-200-M25 200 175 6.6 0.2
BT40-RSG12-230-M100 1230{100130| 28116 BT50-RSG16-165-M50 1165  |115] 5.010.3
BT40-RSG12-260-M100 260 160 31119 BT50-RSG16-195-M50 |195| 50|145| 5.6 0.4
BT40-RSG12-225-M125 1225 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 [MBT50-RSG16-190-M75 1190 [115] 5.3]0.5
BT40-RSG12-285-M125 285 160 3328 BT50-RSG16-220-M75 |220| 75|145| 59106
BT40-RSG16-125-M25 125| 25 2.6 0.2 BT50-RSG16-250-M75 250 175 7.0 0.6
BT40-RSG16-150-M50 150/ 50 2.810.3 BT50-RSG16-215-M100 1215|  |115] 5.510.7
BT40-RSG16-175-MT75 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¢ 225(125 34112 BT50-RSG16-240-M125 |1240|  |115] 5.7111
BT50-RSG8-120-M25 [120] | 95] 4.0]0.6 [MBT50-RSG16-270-M125 | |M16| 17 |25| 6 |29 [270|125/145| 52 | 54 |6.3[1.3
BT50-RSG8-150-M25 |150| 25|125| 4.310.7 BT50-RSG16-300-M125 300 175 74113
BT50-RSG8-180-M25 180 155 4.810.7 BT50-RSG16-265-M150 1265 |115] 59116
BT50-RSG8-145-M50 145/ | 95| 4.0[1.5 [MBT50-RSG16-295-M150 1295(150(145| 65[1.8
BT50-RSG8-175-M50 |175| 50125| 43117 BT50-RSG16-325-M150 325 175 7.711.8
BT50-RSG8-205-M50 205 155 4.8 11.7 BT50-RSG16-290-M175 1290|  |115] 6.1122
BT50-RSG8-170-M75 170 | 95| 4.1 /3.1 [WBT50-RSG16-320-M175 1320/175(145) 6.72.4
[=) BT50-RSG8-200-M75 M8 |8.5(18|6.5|15|200| 75125/ 30 | 32 4.4 /3.4 BT50-RSG16-350-M175 350 175 79125
4 BT50-RSG8-230-M75 230 155 4934 BT50-RSG16-315-M200 1315|  |115] 6.33.0
Lt BT50-RSG8-185-M90 |185] | 95| 49144 BT50-RSG16-345-M200 1345/200|145| 6.9 3.2
BT50-RSG8-215-M30 1215] 90|125| 44148 BT50-RSG16-375-M200 375 175 8.1133
BT50-RSG8-245-M30 245 155 49148 BT50-RSG16-340-M225 1340| |115] 6.53.9
BT50-RSG8-200-M105 [200] | 95| 4.2]6.2 [MBT50-RSG16-370-M225 370225[145] 7.4 4.1
BT50-RSG8-230-M105 1230{105|125| 4.516.6 BT50-RSG16-400-M225 400 175 8342
BT50-RSG8-260-M105 260 155 5.0/6.6 |PYA63-RSGE-105-M25 |105| | 80| 1.310.6
BTSO-RSGI0-140-M25 | |\ [ oo | o 1140 [115] o T 43704 Fe1A63-RSGE-135-M25 M8 8.5 |18|6.5|15 [135] 25110] 30 | 32 [1.4]0.7
BT50-RSG10-170-M25 - ) ) 170 145 46105 AB3-RSG8-165-M25 165 140 19108

) EEN I XL ESTI, No mark : Manufactured upon request only. #ERIFZ5E % 10 BRZEIZ/RYE T, Delivery time is about ten days after an order received.



E T_ﬁﬁ Size(mm) ] ﬂU‘T’HE E T_ﬁﬁ Size(mm) 2 m“‘mﬁ
mE—r R @) e )| o
] valie lem code ] vale
g/ G |@#D|H|H1|oC| L | M| L1 |pCi|pCo|"est| 5y g/ G |@#D|H|H1|oC| L | M| L1 |pCi|pCo"es| 5y
AG3-RSG8-130-M50 130] | 80 1315 [QAT00-RSGE-230-M105 230], .|125 31067
AG3-RSG8-160-M50 160| 50[110] 1.4[1.7 WWAI00-RSGE-260-Mi05 | | M |85 1816515 156511051955 30 | 32 136 66
AG3-RSG8-190-M50 190|  |140 19117 INA100-RS610-140-M25 (140 [115] 31004
AG3-RSG8-155-M75 155 | 80| 14134 I A00-RSG10-170-M25 [170] 25[145| 3505
AG3-RSG8-185-M75 185 75[110] 1513.4 [ A00-RSG10-200-M25 200, |175 44105
AG3-RSG8-215-M75 215|  |140 2034 [ A100-RSG10-165-M50 165 [115 32/08
AG3-RSG8-170-M90 M818.511816:5 15 [r901 | 80| 30 | 32 [2.0[4.4 [ A100-RSG10-195-M50 195| 50[145| 36/1.0
AG3-RSG8-200-M90 200/ 90[110| 1514.8 [ AT00-RS610-225-M50 225|  |175 45010
AG3-RSG8-230-M90 230]  |140 20149 [AI00-RSG10-190-M75 190 (115, 33[16
AG3-RSG8-185-M105 185/ | 80| 1562 [ A00-RSG10-220-M75 220| 75[145| 37[18
AG3-RSG8-215-M105 215/105[110] 16166 [WNA0O-RSG10-250M75 | |, 250 |175 46018
AG3-RSG8-245-M105 245|140 2.1 6.7 [MAt00RsGI0-215-Mi00 | |“10105|22]6.5 19 oqs 19795 36 | 38 [33727
AG3-RSG10-125-M25 [M25]  [100] 1.610.4 [ A100-RS10-245-M100 [245/100[145| 3729
AG3-RSG10-155-M25 155 25[130] 1.910.5 [ AT00-RSG10-275-M100 275|  |175 4629
AG3-RSG10-185-M25 185]  |160 2.3/0.6  [AT00-RSG10-235-M120 235 (115, 3440
AG3-RSG10-150-M50 150 [100] 1.710.8 [ A100-RSG10-265-M120 [265/120(145| 3842
AG3-RSG10-180-M50 80| 50[130] 2.0/1.0 [ AT00-RSG10-295-M120 295| |175 47042
AG3-RSG10-210-M50 20| |160 2.411.2 [ AT00-RSG10-255-M140 255 (115, 3556
AG3-RSG10-175-M75 175]  [100] 1.811.6 [ A100-RS610-285-M140 285/ 140[145| 3968
AG3-RSG10-205-M75 205] 75[130] 21118 [ AT00-RSG10-315-M140 315/ |175 4858
AG3-RSG10-235-M75 N 235]  |160 25/20 [AI00-RSG12-140-N25 (140 [115] 34103
A63-RSG10-200-M100 M10110.5/2216.5|19 1200/  [100] 36|38 18127 A100-RSG12-170-M25 [170] 25[145] 3.7]04
AG3-RSG10-230-M100 230/100(130] 21129 [A00-RSG12-200-M25 200|175 4704
AG3-RSG10-260-M100 260]  |160 25/3.2 [A00-RSG12-165-M50 [165] (115 3505
AG3-RSG10-220-M120 220 [100] 1.914.0 [ AT00-RS612-195-M50 [195| 50[145, 3806
AG3-RSG10-250-M120 [250/120(130] 22142 [AO0-RSG12-225-M50 225 [175 4806
AG3-RSG10-280-M120 280]  |160 26145 [BA00-RSG12-190M75 [190] (115, 37/08
AG3-RSG10-240-M140 240 [100] 2056 [AI00-RS612-220M75 20| 75[145, 40[1.0
AG3-RSG10-270-M140 270/140(130] 2.3/5.9  [A00-RSG12-250-M75 250 175 5.0 1.0
AG3-RSG10-300-M140 300|160 27062 [AT00-RSG12-215-M100 215] (115, 3814
AG3-RSG12-125-M25 125 [100] 19103 WNAOORSG12-245M100 | |M12/12.5/22| 6 |24 [245|100(145) 43 | 45 [4.1 1.6
AG3-RSG12-155-M25 55| 25130] 2.3]0.4 [ A100-RSG12-275-M100 275|  |175 5.1 1.6
AG3-RSG12-185-M25 185]  |160 2.7]05  [AT00-RSG12-240-M125 240 (115, 4021
AG3-RSG12-150-M50 150 [100] 2.0/05 F=JAI00-RS612-270-M125 270/ 125[145, 4324
AG3-RSG12-180-M50 80| 50(130] 24106 PZAI00-RS612-300-M125 300 175 5324
AG3-RSG12-210-M50 210]  |160 2.8/0.8 [ AT00-RSG12-265-M150 265 (115, 4130
AG3-RSG12-175-M75 175 [100] 2.2/09  [AT00-RSG12-295-M150 295/150(145, 4434
AG3-RSG12-205-M75 205] 75[130] 2.6 1.0 [ A100-RS612-325-M150 325|175 5.4 3.4
AG3-RSG12-235-M75 1212522 6 |24 (235160 4o | 4o (30113 [MAI00RSG12:290.M175 290 (115, 4343
AGa-RSG12-200M100 | 1212 200 [100] 2.3[1.4 [ AT00-RSG12-320-M175 320/ 175[145, 4646
AG3-RSG12-230-M100 230/100/130] 27016 [AI00-RSG12-350-M175 350|175 56 4.6
AG3-RSG12-260-M100 260]  |160 3111.9  [NA00-RSG16-140-M25 [140] (15| 4002
AG3-RSG12-225-W125 225/ [100] 25/21 [A00-RSG16-170-M25 [170| 25[145, 4502
AG3-RSG12-255-M125 [255/125(130] 29|24 [A00-RS616-200-M25 200, |175 5.710.2
AG3-RSG12-285-M125 285]  |160 3.3/2.7 [A00-RSG16-165-M50 165 [115| 42[03
AG3-RSG12-250-M150 250 [100] 26131 [ AT00-RS616-195-M50 [195| 50[145, 47]04
AG3-RSG12-280-M150 280/150(130] 3034 [A00-RS616-225-M50 225|  |175 590.4
AG3-RSG12-310-M150 310|160 34138  [BA00-RSG16-190-M75 190 [115| 4505
AG3-RSG16-140-M25 140] 25 28/02 [MA00-RS616-220M75 220| 75[145, 5.00.6
AG3-RSG16-165-M50 165] 50 3204 [BA00-RS616-250M75 250 |175 6.1106
AG3-RSG16-190-M75 190[ 75 36106 [AI00-RSG16-215-M100 215 (115, 47/08
AGS-RSG16-215M100 | 16|17 |25| 6 |29 [215]100/115| 52 | 54 [2.8/0.9 [ AT00-RSG16-245-M100 [245/100[145, 520.9
AG3-RSG16-240-M125 5% 240[125 2.8(1.3 [ AI00-RSG16-275-M100 275|  |175 63109
AG3-RSG16-265-M150 i 265/150 32(1.9 [ A100-RS616-240-M125 240 (115 4901
AG3-RSG16-290-M175 i 290[175 36|25 [MAOO-RSG16-270M125 | |M16| 17 |25 6 |29 [270|125145] 52 | 54 [5.411.3
AT00-RSGE-120-M25 [120] | 95| 26106 [AT00-RSG16-300-M125 300|175 6513
A00-RSGB-150-M25 50| 25[125| 2.9]0.8 [ A100-RS616-265-M150 265 (115 5.111.6
A00-RSGE-180-M25 180| |155 34108  [AI00-RSG16-295-M150 [295/150(145| 561.8
A00-RSG-145-M50 145 | 95| 2.6/1.5 [ AT00-RSG16-325-M150 325|175 6.7/1.8
A100-RSGB-175-M50 175/ 50/125| 2.9(1.7 [ A100-RS616-290-M175 200 (115 53 2.2
A00-RSG-205-M50 205|  |155 3.411.7 [ A100-RSG16-320-M175 [320/175(145| 58|24
A00-RSGE-170-M75 Mg 8.5 (18|65 |15 170 | 95|30 |32 [2.7]3.1 WAI00-RSG16-350-M175 350, |175 7025
X4 A00-RSGE-200-M75 200] 75[125, 3034 [AI00-RSG16-315-M200 315 (115, 55 3.0
A00-RSGE-230-M75 230]  |155 3534 [ A100-RSG16-345-M200 [345/200[145| 6032
AT00-RSGE-185-M90 185 | 95| 27145 [ AT00-RSG16-375-M200 375|  |175 7.213.3
A00-RSGE-215-M90 215] 90[125, 3049  [AI00-RSG16-340-M225 340 (115, 5.713.9
A00-RSGE-245-M90 245|  |155 3548  [AI00-RSG16-370-M225 370/ 225[145| 6342
A100-RSG8-200-M105 200[105] 95 2.816.3  [BAI00-RSG16-400-M225 400, |175 7442
W EEAER e J—F Y YT MHSK-A) M Standard e Coolant duct(HSK)
B EIEEIE eEV1S—IIVEIHBLEEA. accessories

e JILRAT v REBLTHEDFEA.

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

5 o
¥ [IEBEICDULT 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

HEZMFERORIVIETEEED D

H Caution

YBERLTLET, MEHVINELE. M applied to the tip of the tool. The smaller the numerical value is,
hHDIEEDSVINIAARETY,

the higher the rigidity and the more accurate the machining.

o The Modular Mill is not a standard accessory.
e Pull stud is not a standard accesorry.
e Please check your Modular Mills for conformance to the dimensions.

1kef (9.8N)

e e N
%
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Recommended Cutting Conditions

O EDMT4#474/%-bOREHIY

2 ﬂ] ﬁll%ﬁ: . ﬁfﬂi&"i%i&‘) Side Milling standard cutting conditions for EDMT-type inserts : Low cutting depth, high feed rate

Xﬁ?[&t%—;‘ﬁﬁﬂ%itgo Red indicates primary recommended grade.

. i > ) ®8 10 o112 014 16 ¢20 $25 32
o R D | e | (#00) | 2 | @00 | @) | @) | 5rm) | (68) | (88)
grade pelnmin) conditions 1 Flute 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes 6 Flutes 8 Flutes
o] n(min-) 4,780 3,820 3,180 2,730 2,390 1,910 1,530 1,190
s ve(m/min) 120 120 120 120 120 120 120 120
PSS 0 vi(mm/min)| ~2,870 | ~4,590 | ~5,730 | ~6,550 | ~7,640 | ~7,640 | ~7,340 | ~7,640
o eKOSKT | yp4120 | ve=100~180 [z(mmty | ~06 | ~06 | ~06 | ~08 | ~0.8 | ~0.8 | ~0.8 | ~0.8
Carbon steels ap(mm) 0.3 0.3 0.3 0.3 0.3 0.3 0.3 0.3
g'ig;tf;':els 8e(mm) ~3 ~5 ~7 ~8 ~10 ~1 ~17 ~22
Q(cm3/min) 3 7 12 16 23 25 37 50
FUN—R3E n(min-) 4,380 3,500 2,920 2,500 2,190 1,750 1,400 1,090
i ve(m/min) 110 110 110 110 110 110 110 110
AR5 vi(mm/min)| ~2,630 | ~4,200 | ~5,260 | ~6,010 | ~7,010 | ~7,010 | ~6,730 | ~7,010
o DLOKT | JP4120 | ve=100~160 |fz(mmi) | ~0.6 | ~06 | ~0.6 | ~0.8 | ~08 | ~0.8 | ~08 | ~0.8
Pre-harden steels ap(mm) 03 0.3 0.3 0.3 03 03 0.3 03
Aoy secls ac(mm) ~3 ~5 ~7 ~8 | ~10 | ~11 | ~17 | ~22
Die tool steels aeme/min) | 2 6 1 14 21 23 34 46
T nmin) | 3580 | 2,870 | 2,390 | 2,050 | 1,790 | 1,430 | 1,150 | 900
a2 ve(m/min) 90 90 90 90 90 90 90 90
FA Rl vi(mm/min)| ~1,430 | ~2,290 | ~2,870 | ~3,690 | ~4,300 | ~4,300 | ~4,130 | ~4,300
A SKOOKT | UP4120 | ve=80~120 [fzmmi) | ~0.4 | ~0.4 | ~0.4 | ~06 | ~06 | ~06 | ~06 | ~06
ik ap(mm) 0.3 0.3 0.3 0.3 0.3 0.3 0.3 0.3
Alloy steels ae(mm) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
Die tool steels aeme/min) | 1 3 6 9 13 14 21 28
n(min-1) 3,580 2,870 2,390 2,050 1,790 1,430 1,150 900
ve(m/min) 90 90 90 90 90 90 90 90
= vi(mm/min)| ~1,430 | ~2,290 | ~2,870 | ~3,690 | ~4,300 | ~4,300 | ~4,130 | ~4,300
sos W | W10 | ve=g0~120 [rmm) | ~0.4 | ~04 | ~04 | ~06 | ~06 | ~06 | ~0.6 | ~06
Stainless steels ap(mm) 0.3 0.3 0.3 0.3 0.3 0.3 0.3 0.3
ae(mm) ~3 ~5 ~7 ~8 ~10 ~1 ~17 ~22
Q(cm3/min) 1 3 6 9 13 14 21 28
n(min-t) 5,970 4,780 3,980 3,410 2,990 2,390 1,910 1,490
ve(m/min) 150 150 150 150 150 150 150 150
o vf(mm/min)| ~3,580 | ~5,730 | ~7,170 | ~8,190 | ~9,550 | ~9,550 | ~9,170 | ~9,550
FC FCD JP4120 | ve=120~220 | fz(mmt) ~0.6 ~0.6 ~0.6 ~0.8 ~0.8 ~0.8 ~0.8 ~0.8
Cast irons ap(mm) 0.3 0.3 0.3 0.3 0.3 0.3 0.3 0.3
ae(mm) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
Q(cm3/min) 3 9 15 20 29 32 47 63
n(min-1) 2,390 1,910 1,590 1,360 1,190 950 760 600
ve(m/min) 60 60 60 60 60 60 60 60
AN JP4105 vf(mm/min)| ~720 | ~1,150 [ ~1,430 | ~1,630 | ~1,900 ( ~1,900| ~1,820 | ~1,900
50~B0HRC | jpgq2q | Ve=60~100 |fz(mmi) ~0.3 | ~0.3 ~0.3 ~0.4 ~0.4 ~04 | ~04 ~0.4
IRETREIEGE SEEE ap(mm) 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2
ae(mm) ~3 ~5 ~7 ~8 ~10 ~11 ~17 ~22
Q(cm3/min) 0.4 1 2 2 3 3 6 8
[EE] OWHI. NIFRICEDLE T BRSO —SVMEERL TS, [Note] (WUse the appropriate coolant for the work material and machining shape.
QZDMEIRGERIDEIRGEDERERTHDOTY . REEON I TIINIR (@These conditions are for general guidance; in actual machining conditions ae
,,\ﬁ‘ 5“99»Efﬁﬁg?ﬁ%éli?%ﬁ%ﬁEbT(ﬁEUo adjust the parameters according to your actual machine and work-piece
\;l?g)gu_ﬁfg)‘g]gugg;‘:%?ﬁggg%ggfg&ég@ﬁilf'F-g_:uo @Eﬁ?gig?‘?:g or ramping, feed rate should be set to 70% as general criteria.
(ﬁé)ﬁ?ﬂ:‘.bfcﬂ]U<§‘l¢ﬁ§§§lb{'ﬁ§%’éﬂ]{§éﬁ\ NEH3VIRBICA-TAREStE (gf»Ensure to index the insert at the correct time to ensure safety of the tool-body. lap

BBNHHBUYETOT, CEMBICEL T EOBBICREH/N\—2RUTIHRE
HHNREDREREEAL T RELIBBETIERSNZIBEBMOBLET.
OFKBHDEIBE RKOBENHBYET O TEALBLTFEN,
@F Y E—hy Y+ Y HIE—PH Y DEY R (F2)250~70%%BRICIER
LTFEL.

(5The 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.

(®)Due to fire risks do not use neat cutting oil as a coolant.

(DWhen using an 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 standard cutting
conditions.

EDMT 94747*)‘—#0)1@%1;7]&'!] Ramping with EDMT-type inserts

FRIDETUNIDENDIER AR LR EHRENT T H, TRICRT KSICHEREIEAAUAIWIEIC T, FTROBELTHY A VINEZDIAG I IHEEETT .

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. mm)
1@%4%9/‘ /\Ujj“/ﬂ?;/‘ A Y — b Inserts EDMT070220R('T)
Ramp angle § Helical hole,diameter
— ) ! ] T E#DCX Tool dia. %8 ‘ #10 ‘ ®12 ‘ 14 ‘ ¢16 | 17 | ¢20 ‘ ®21 ‘ $25 ‘ $32
- i
T~
‘ ‘ ‘ L ‘ #2860 Recommended 6 0.5°IAF
ST Al I=]] z .
Eaﬁggn%l Heﬁg’n':iﬁ?nil AUAJLIUR Hole Dia  |10~1 5‘13~19 17~23‘21 ~27|25~31 ‘27~33‘33~39‘35~41 ‘43~49‘57~63

{Note] \’{ZUse the appropriate coolant for the work material and machining shape.
(2These conditions are for general guidance; in actual machining conditions adjust the parameters
according to your actual machine and work-piece conditions.
(3For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

[ E] Omsis. NIFRICSHE BRI —SYMEERLTIEN,
QT DIEIRGERIDYIRGEOBRETTHOTY . RONI TRIDTAAR. B,
RS ICKYRGEZRBLTICEN,
@ONRED LEHENDBSIETNREDIFTHNILTIEE,



o JDMT947O'f~/#_I‘o)Eﬁ“U ?&tﬂﬁ“%ﬁ: Side Milling standard cutting conditions for JDMT-type inserts

thia#ZFREapLtliddigaeldRED [ TEREUE (OH) &EtAHEE | ZERICLTTEL,

It is make standard that the depth cut @p and the cutting width @e be as shown in Tool Overhang (OH) and Cutting Region on the next page.

REIHTERE > 4A0HRCODYSAHFRE apLtliAdHiEdeldRPDRMEZEHRICLTTEL.

Work Hardness > Please use the conditions in the table as a guideline for the cut depth @p and width @e of 40HRC.

KIRFIFE—HREMETT,

Red indicates primary recommended grade.

LIHLEE ve
" HESTITE | cuting speed v (mimin)| L 98 | @10 | @12 | @14 | @16 | 920 | ¢25 | @32
el | Rosommanded [ amssbeedeimmny| WM | (16030) | (2030) | (383) | (3H) | (4#7) | (587) | (B#) | (8#)
grade Feed rate per flute fz (mmA) 1 Flute 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes 6 Flutes 8 Flutes
Sl . Ve=150~200 n(min") 7,170 | 5,730 | 4,780 | 4,090 | 3,580 | 2,870 | 2,290 | 1,790
S Jpar20 | TR vemmin) | 180 | 180 | 180 | 180 | 180 | 180 | 180 | 180
<SOARC | PTH30E | , oo o [wmmmin | 500 | 800 | 1,000 | 860 | 1,000 | 1,000 | 960 | 1,000
Alloy steels ) ) fz(mm/t) 0.07 0.07 0.07 0.07 0.07 0.07 0.07 0.07
T2 ve=130~180 | "min) 5,970 | 4,780 | 3,980 | 3,410 | 2,990 | 2,390 [ 1,910 [ 1,490
Fh s o Jpatzo | 100 w(mmin) | 150 | 150 | 150 | 150 | 150 | 150 | 150 | 150
<SOHRC | PTH30E | ,_ = "lmwmin)| 360 | 570 | 720 | 610 | 720 | 720 | 690 | 720
) ) fz(mmit) 0.06 0.06 0.06 0.06 0.06 0.06 0.06 0.06
Zé’g\@_/;?imﬂ ve=100~150 n(min-) 4,780 | 3,820 | 3,180 | 2,730 | 2,390 | 1,910 [ 1,530 [ 1,190
SEMIEE | yparzg | U000 wmin | 120 | 120 | 120 | 120 | 120 | 120 | 120 | 120
ge?ar’;iggfc PTH30E £220.04~0,07 | (mm/min) 290 460 570 490 570 570 550 570
Aloy steels, Die tool steels ) ) fz(mm/t) 0.06 0.06 0.06 0.06 0.06 0.06 0.06 0.06
SNt \ca01z0 |7 | 3,580 | 2,860 | 2,390 | 2,050 | 1,790 | 1.430 | 1,150 | 900
= T I Bttt w(mmin) | 90 90 90 90 90 90 90 90
ao~sonmc | T | OO mmt | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06
Alloy steels ap(mm) 2 2 2 2 2 2 2 2
Dle toolstecte as(mm) | 0.05DC | 0.05DC | 0.05DC | 0.05DC | 0.05DC | 0.05DC | 0.05DC | 0.05DC
Ve=100~150 n(min™) 4,780 | 3,820 | 3,180 | 2,730 | 2,390 | 1,910 | 1,530 | 1,190
zzoLa@ | WAIR0 | T wmmin) | 120 | 120 | 120 | 120 | 120 | 120 | 120 | 120
Stainless steels _ vi(mm/min) 290 460 570 490 570 570 550 570
JP4120 | £=0.04~0.09
fz(mmit) 0.06 0.06 0.06 0.06 0.06 0.06 0.06 0.06
130180 n(min") 5970 | 4,780 | 3,980 | 3,410 | 2,990 | 2,390 | 1,910 | 1,490
e JPar20 | VeT130~180 wmmin) | 150 | 150 | 150 | 150 | 150 | 150 | 150 | 150
oo PTH30E | " “|wemmn | 420 | 670 | 840 | 720 | 840 | 840 | 800 | 840
) ) fz(mm#t) 0.07 0.07 0.07 0.07 0.07 0.07 0.07 0.07
s —200~500 n(min™) 11,940 9,550 | 7,960 | 6,820 | 5,970 [ 4,780 | 3,820 | 2,990
" oTra0g | vemmin) | 300 | 300 | 300 | 300 | 300 | 300 | 300 | 300
ﬁ,!/lémgl:\rgmagr?)ys JP4120 £:=0.04~0.12 | (mm/min) 960 1,530 [ 1,910 | 1,640 | 1,910 | 1,910 | 1,830 | 1,910
) ) fz(mmit) 0.08 0.08 0.08 0.08 0.08 0.08 0.08 0.08
ve=60~100 n(min-!) 2,390 | 1,910 | 1,590 | 1,360 | 1,190 950 760 600
7777777777777777777777777 ve(m/min) 60 60 60 60 60 60 60 60
*Sﬁ(gg’lsﬁgHRC JP4105 £=0.04~0.07 |/ mm/min) 140 230 290 240 290 290 270 290
SO~EOHAC | upar20 | OO Iy | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06 | 0.06
ap(mm) 2 2 2 2 2 2 2 2
ae(mm) 0.05DC | 0.05DC | 0.05DC | 0.05DC [ 0.05DC | 0.05DC | 0.05DC | 0.05DC
[(EE] Ol NIFRICELE T @RI -SSR EBRAL TSN, [Note] (DUse the appropriate coolant for the work material and machining shape.
@:@mau%ﬁiﬂmﬁu%#@ﬁ?%ﬁ?%@f?oiﬁ@ﬂﬂ:ﬂ'ﬂ;l]ﬂlﬂf @These conditions are for general guidance; in actual machining conditions ae
,R‘ Bt EREHS ICXYREERABLTLISEL, adjus_t_ the parameters according to your actual machine and work-piece
BRI ERIBIORE . XVRER70%EBRELTFS0, _conditions. ) o
@4 VY —rDOZHIZEDHICITO. BEDOFEAICEDIEEMIELTTEO), >3<For slotting or ramping, feed rate should be set to 70% as general criteria.
OHE LItV FIRRTREIUEL S£ESE. AMBEHBVIZBICA-TEESE >{:Ensure to |nd_ex the insert at the correct time to ensure safety of the tool-body. Tap
ZB/NHBYUETDOT. ZERICEL T CDOREBICREHN—ERUMIFRE (5The ev?hcuanon o{ sw?rI can cause fl_)ttjrgs, cutsdorthdamagi_to the gyes please
SaORNRLaRUC SR RSB eS8, s e o ey v = 4 o e, o s
OFKBIEBIL. KRORNHBYET DTRALBOTTL, @gue to firg, risks do ngt Ese neat cuttingyoil asa coolant’.)
J DMT 9{ 74 -J‘Ij._ F@ftﬁﬁﬂw‘ﬁu Ramping with JDMT-type inserts
FIDFE TUNADEVCHIBRIBE ETNREFBRENE ITH, TRISR Y KSIUBRITIECAUAIVIEICT, TS TRY 1 U INIREDAH N THAIEET T,
Sincg the cattri]nglgl ﬂLllte '(|j|9 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. mm

CISBEFEN AVES

ﬁﬂgg/‘ /\U?JJDT'\@/‘ A VY — Inserts JDMT0702 R Numeric figure in a circle >
Ramp andle |8 Helical hole diameter
) ; ! TE&DC Tool dia. 8 ‘ 610 ‘ 012 ‘ 014 ‘ 016 ‘ 017 ‘ 620 ‘ 621 ‘ 025 | $32

il ‘

==

‘ ‘ ‘ '\\\ﬁ/ ) ‘ #3206 Recommended 8 1°UF

TR | =

ftffﬂﬂ ’;eﬁzgl’#ﬁﬁil AUAJLTUE Hole Dia 1o~15‘13~19 17~23‘21~27 25~31 ‘27~33‘33~39‘35~41 ‘43~49‘57~63

[(EER] Omiist IRRICSDE T @RS —SYMEBRALTIZED,

QO OEIRHREEIRHEOERETTLOTY . REFON I TINIERK. BH.

EAEMEICLYRMER/EL TSN,
OREN LREBEIDBERITNRESIFTNIL TSN,

[Note] ‘{;1]Use the appropriate coolant for the work material and machining shape.

according to your actual machine and work-piece conditions.

(2)These conditions are for general guidance; in actual machining conditions adjust the parameters

(3For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.
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Field data

I,Eg%tﬂ lJ (o H) tmﬁal‘ﬂﬁ Relation between Tool Overhang (OH) and Limits of the cutting region o~
ES

TECOUIHIFRERE G TERHUE (OH) CEDVHAHRMREDBRZERUET .
VHAHBRFMBEICCEEUIREIDFRAE T DI 5(1F. —HH D DEXDE(f2) ZRiR I BT E CREL T TEL.

The cutting region curves shown below indicate criteria for selecting cutting conditions at each overhang (OH) . If chattering occurs near the limits of the cutting region, make adjustments by reducing the per-flute feed rate (fz) .

1%%%*)_& Machine : BT30 5.5/3.7kw
”uMImﬁitr ?ﬁ‘ﬁ'”ﬁ Work material - Fﬁ%ﬁlﬁ Carbon Steels
Conditions tﬂﬁ“%ﬁ: Cutting Conditions - Ve=1 BOm/min, fz=0.08mm/t

ASMO708S10R-1(¢#8-1NT) ASM(M)0710 (¢ 10-2NT)

= ve=160m/min (S6369),fz=0.08 (F510) = ve=160m/min (85095),fz=0.08 (F815)
% 5 2 5 OH=40mm(RF—)L¥/Y)  steel Shank
% 4 — TR £: 4 OH=45mm(&BfE</+>/27) Carbide Shank
8 OH=32mm (RF—=)L+>/%) steel Shank 3 ASC10-8.5-74-24
5T &3 4 Carbide Shank
J
Rt
Y OH=80mmM (BB +>/9) carbide Shank
<1 ASC10-6.5-114-49
[~
0 | | ] I | | | | |
0 10 20

HAHE ae Cutting width (mm)

ASM(M)0716 (¢ 16-4NT)

z ve=160m/min (S4246),fz=0.08 (F1019) = ve=160m/min(S3185),fz=0.08 (F1019)
€5 OH=48MM(ZF—ILv%)  Steel Shank €5 OH=35mm(AF—IL+%) steel Shank
c 4 F OH=45mm (f8f#=/+>/27)  Carbide Shank P 4 / OH=55mm (#Bl#>/+>/77) Carbide Shank
§ ASC12-6.5-94-44 § ASC16-8.5-95-30
(% 3 Carbide Shank (% 3 Carbide Shank
i) OH=85mm (BB +>/2) cari o)
B 2 ASC12-6.5-129-64 CEEID Sl R 2 OH=105mm(&E>+>2) carbide Shank
S S ASC16-8.5-140-75
T < oqE
= =R
0 T R B 0 I [
0 10 20 0 10 20
YHAHE ae Cutting width (mm) HAHE ae Cutting width (mm)

XTI —HYREIY o ASMO710S08R-2 [FH1:A4+581E ASMO710S10R-2 @ 50% %Z ASMO712S10R-2 [3t1iAd+#EiE ASMO7 10S 10R-2 ZBRICHIDIAHEEEEL T TS,
As a general rule, the cutting amount for ASM0710S08R-2 undercut type shank should be set within 50% of the cutting region for ASM0710S10R-2, and the cutting amount for ASM0712S10R-2 should be set within the cutting region for ASM0710S10R-2.

1%%&%*)_& Machine : BT40 1 1kw
”uMImﬁﬁt *ﬁ‘éu*j Work material - Fﬁ%ﬁlﬁ Carbon Steels
Conditions tﬂﬁ“%ﬁ: Cutting Conditions + Vve=1 BOm/min, fz=0.08mm/t

ASMMO725R-6(¢25-6NT) ASMMO732R-8(¢32-8NT)

B B
£ . £ . }
= ve=160m/min(S2038) _ = ve=160m/min(S1592) [BT30] Modular Mill Arbor
5 _ ’ [BT30] Modular Mill Arbor 5 _ ’ OH=35mm(EY15—I VA7 —IV)
g fz=0.08(F978) OH=35mm (£ 25~ IbET 10 3 fz=0.08(F1019) BT30.17-10-28
a5 BT30-12.5-15-21 s 5
a 3 [BT40] Modular Mil Arbor
N 4 [BT40] Modular Mill Arbor N 4 OH=35mm(EJ25—3IVA7—/\)
© OH=35mm(EY25—3)LE7-N) [\ BT40-17-10-28
é}é 3r BT40-12.5-15-21 g‘é 3
;§ 2 — N 2 —
- -
R R

T | PR I T N B L1 L1

0 10 20 30 40 0 10 20 30 40
YIAHHE ae Cutting width (mm) tIIAGHE ae Cutting width (mm)



PIW="_DOLEBEN

" 81 U) Bl

Cutting conditions for cutting aluminum alloy and copper

<E‘E’U D > Shoulder cutting - ae=0.5DC ?ﬁﬁ*jﬁ Recommended grade :SD5010

A4 Work material 98 | 910 | 912 | 914 | 916 | 917 | 920 | 921 | 925 | 932
S E## n (min) 11,900| 12,700| 10,600 | 11,400| 9,900| 9,400 9,500| 9,900| 7,600 6,000
FI1,= PAN
ég;;;&ﬁ';‘ﬁﬁiﬁ?; %DEE vi (mm/min) 950| 2,040| 2550| 2,730 3,180| 3,000 3820 3,640 3,670| 3,820
ABO52,A70752, etc. —TEDED fz (Mm/Y) 008 008 o008 o008 o008 o008 o008 o008 o008 008
(v @ KB EIHBRE ve (M/min) 300 400 400 500 500 500 600 600 600 600
(Wet: Water-soluble agent) §ﬂ]ﬁ|"ﬁjtﬂ ) )Aaf ap (mm) 2 2 2 2 2 2 2 2 2 2
FILE = A EREY B&# n (min') 9,900| 11,700 9,300 9,1700| 8,000/ 7,500| 8,000 7,600 6,400 5,000
é T H EDRE vi (mm/min) 800| 1,780| 2,230| 2,980| 2,550 2,400| 3,180| 3,030 3,060 3,180
ast aluminum alloy material ——
ACAAADCT 2% etc. —HDED 1z (Mm/1) 0.08] 008 008 008 008 008 008 008 008 0.08
(YTwh | KEK) EDBERS v (m/min) 250| 350| 350| 400 400| 400| 500 500| 500 500
(Wet: Water-soluble agent) Eﬂ]ﬁrﬁltﬂ Dﬂaf ap (mm) 2 2 2 2 2 2 2 2 2 2
4 El#:# n (min') 9,900 9,500 8,000/ 6,800 6,000/ 5,600 4,800 4,500 3,800 3,000
Pure copper EDEE vi (mm/min) 800 1,530] 1.910| 1,640 1,910| 1,800| 1,910 1,820| 1,830| 1.910
C1100.C1020%. ctc. —THDED fz (MM/Y) 0.08] 008 008 008 008 008 008 008 008 0.08
(DTyk « ACEE) EDEBERE ve (M/min) 250/ 300] 300] 300 300/ 300/ 300[ 300[ 300] 300
(et Water-soluble agen?) BB DiAH ap () 2 2 2 2 2 2 2 2 2 2
FE [Note] ae
OH\ERZ N IERICEHLE TOBRO -5V MEERLTIZEN, (DUse the appropriate coolant for the work material and machining shape.
(éj:mmgu%1¢§‘:wgu%1¢ogﬁ&—ﬂ—_\?%@-{?o ERONT TIRINIAR. B8, (SR (@These conditions a_re for general guidanf:E; in actual machining‘ _conditions adjust the
RECAIRIERELTEL. e e e 5 o

@OBEIDRE XYRER70%EBRELTTEN,

@L/D=4L L DR EIZOEHRERVREE50%EBRICTIFT(0.58LT) TREALIEEN,
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Field data

@When L/D=4 or higher, reduce rotation speed and feed rate by 50% (set to 0.5x

depth in axial direction to Tmm or less. .

stated values) as general criteria. In addition, when machining copper, set cutting

(6)Use on a machine equipped with splashguards. During use, be sure to wear

protective equipment such as safety glasses, and always perform work in a safe

environment.

(6)When using a machine that cannot provide the rotation speed shown above, set the

highest rotation speed possible and calculate the feed rate using the fz value.

(TBe sure to use this tool at rotation speeds with

in the acceptable range for the milling

chuck being used. If the acceptable rotation speed range is below the rotation speed

shown above, set the highest acceptable rotation speed and calculate the feed rate

using the fz value.
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The Edge To Innovation
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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.
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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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