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Technology

P4120 JP4120 le]I
JS4045 J:z}7
GX2140 Applicati
pplications
# 27 LA 233 ®FW  TUN-FCEH BALE BEANH
TIE# ] BEANM  45~55HRC 55~62HRC
30~45HRC

Copper Stainless steels Cast irons Carbon steels  Pre-hardened steels Hardened steels  Hardened steels
Tool steels Alloy steels Havdened s\eels 45-55HRC 55-62HRC

AJT—F AT =X wourame

(o) AJ:—7_'477:/ U—ZG)EI%E Features of AJ Coating series REOHRE AJ d—F49

Layer structure AJ Coating
@ ERIER D BAIZEEZIEN U IFHEMRDAITINREZRZ R,
© MEFEM - MFvEY IS RUTHEMEICEBIE T, BIRIBIE Coating structure | TR - EIEH
« Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers. 3—7_"(?7“%]%
- Excellent wear resistance, chipping resistance, and heat resistance! Welding-resistant and

low-cutting-force coating
o *ﬁ*iﬁﬁ" New technology!!

surface layer
O SAZEDHI—T VIR FENRORASHEBOBEELICKD. THEFEMEE
MFyE I EiE!
@ MBBEEICEBNEERNROI—T Y IRREDIRAICKDFHIMDBED
ERIUEIEIERIAME TULE S,

+ The new layer with high Al content employs a new composition and optimizes the structure to improve

wear resistance and chipping resistance!
- Employs a low-friction-effect coating with excellent welding resistance as the top-most surface layer. ABFERH carbide
This reduces welding to the work and decreases cutting force!

THAEFEYE -
MFvEJHIC

Bhi-a—71>7
Coating with excellent wear

resistance and
chipping resistance

PVD Technology 7|J/\_Hyﬁm'*ﬁlnﬁmﬂulﬁﬁ$jii LJ P4-| 20

Grade for machining pre-hardened or hardened materials

(o] ##E Features

© MEFEEHED/I\S VR ICBNHATBIRRM EHI—FT Y ITAJO—FT« VT |DRA
[CRDMEEFEM LM F v E> Tz mE ES B3R U,
@ AN EL. 30~50HRCOHMDYIRIN T CiEFRE LM FvEY THICEBNET .

- 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.

’ YIEI1EaE Cutting performance
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BIHIEERE cutting length (M)

BEDE stong fields

2 —77 Work material - P21(40HRC)

® 30~50HRCOTUN\—R$H - BEANEEDLIEIIN TICBWVTENIEIEREZERIBLE T, R TR 100 : ASRT5063R-4
@ HHIRDY A HANZE A O LB ERAT VU AHM. L EFMIICBVTHEBNEHERE A f{l‘j—" e : WDNW140520
MERBLET. e s

- Exhibits excellent cutting performance when machining pre-hardened or hardened steels with hardnesses of 30 to 50 HRC. apXae=1X44mm
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steel or precipitation-hardened stainless steels, or for 20T oy
finishing. E—FTNNT single-flute cutting

PVD Technology /4 AT /L AHl>R#4 24 L 4712 JM4A4160

Grade for machining stainless-steel materials

o #%E Features ’ YHIMEBE Cutting performance

© HMICENTBERMERT I— T ITAJI—T 15 |DRAICED ZAFILAERMED  E°° GERER comventon
PIEIINTISRU CiERE M St v E > Tt =R ES B R U, g oa
@ MHEEEICENDIAJI—T VT IDRAICKD. AT VU AHRM R DI T THRLET DAl g™ JM4160
HOBEEIERLEL. 2
- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and chipping fgh 0-2
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. "‘_RJ 0
IR 4 8 12

YIHIEERE cutting length (M)
T —7 Work material : SUS304

REDE stong fields FEFITE oo - ASRS2032R-5
— s A ean : EPMTOGO3EN-BLF
@ AT VLAHRMEIDINTEMRICHVTREFMZERIELET . t]J;'IJ%# Cuting condiions :

ve=180m/min  fz=0.5mm/t
apXae=0.8X21mm

SEICIT wet

EB—FHNTL single-fiute cutting

+ Provides long tool life for general processing of stainless steel materials
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PVD Technology

Grade o mochi JP4 105

high-hardness materials

o :ﬁE Features

® M EFEICENCEBMABEEMEHR I -T2V ITAJO—T1 VT |ORAICKD
MEFEEZm LS EE L.
® S50HRC~DEEEM OYIHII L Tl EFEICENET T,

- 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.

o f‘% §ﬁ2§ Strong fields

@ EAN(50~60HRC):SKD11,85KD61,SKH,SUS420%%
- Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc.

m-HNIBHE 154045

(o) :F#E Features

@ MAMCENZI—TVIBROREAICLD. BRERMICTRET DIV —IEFRER
WUE U,
@ MZEMOBVEEEMORAICED. EROETNHMERUIESHICENET,

PVD Technology

WIEIEEEH Cutting

performance ‘

@ HICEXNITICBVLTRESRDENE T,

- JS4045 adopts heat resistant layer, reduces the crater wear by high-efficiency cutting.
« JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
- Especially improves tool life on dry cutting.
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EDHIZERE Cutting length (M)
T —2 Work material - SKD11(6THRC)
fEFATE o0 : ASRS2032-5
AP —B inset : EPNWO603TN-8
BIHIZRAEF cuting conditions *
ve=80m/min fz=0.2mm/t
apXae=0.5X21mm
BRI oy ¥EBE—FNIL single-fute cutting
REO#E#E JSa—7420
Layer structure JS Coating
&;Eﬁﬁ iCoating stru::ture m%ﬁ(:@hf:
R a—F427
i L Heat resistant layer
S
e THRERERE I BN
e
Wear resistant layer
M ICBN
HEEE R
Heat resistant substrate

@ SS#i. SC##. SCMi7EEDI5HRCAR EDER: ~ B I TE TDFEIIMN T,

- continuous and light interrupted cutting of less than 35HRC dry cutting.

HBIEEH carbide

SCM440 (32HRC) DYNHIEABRFER Wear graph after cutting SCM440 (32HRC) ‘

P20 (32HRC) MO ENAIZHER#E R wear graph after cutting P20 (32HRC)

Cutting conditions

E 04 1 - EIBISRMEE Cuting conditions g 04 prvm=y 1 PIET
% RS | JS4045 Wl # | SCM440(32HRC) = Conventinl 1 JS4045 ”
g 03f-—-- Conventional 77~ ~~"""""~ PE=ssssssss Work Matena\E ASRE063.4 g 03~ ro o e Work Material
g : 3 & = - £ | 3 T
B 02| ------——af - f {V4-NE | EDNW15T4TN-15 B 02 T AT A VY- IR
w ! [ Eenﬁﬁn;;g 180m/mi w / 1 Insert Model
Vo= i
% 01} w-—o” - :L 77777777777 % 77777777777 Cutting Speed © m/min I‘% 0 - A= :L ”””””” % ”””””” ?3“'%3 Slﬁe?
H I i 10Eh0EE | fz= 1.5mm/t h f 1 1FEDORE
B i i Speed per fiute # 1 1 Speed per lute
K o A & | apxae = 1.0 X 42mm K 0 p?
5 . 50 100 150 Cutting depth i . 100 0 300 Ctting donth
tMIEERE (m)  Cutting length )83 A | Dry (AIDIIT  B—5It0H tTKIBERE (m)  Cutting length ) il om B
Coolant Dry cutting Single-flute cutting Coolant”

m—-WMTAHE GX2140

CVD Technology

X3

4 | P20(32HRC)
B | ASRS2016R-2

EPNWOB03TN-8
Ve = 180m/min
fz=1.5mm/t

# | apxae = 0.5 X 13mm

5

Dry (Air) ilT
Dry cutting

Single-flute cutting

T4

(o) 4#& Features

@ BEMEMFYEY THICBNDFRBIEa-AlORDIRAICKD . TERNFLEDOREFVE

VO EMHELE UL,
© ML IRBBEERRORAICKD . MEREICENEEREZXMICINTREEDNE
HENET,

+ Smooth surfaced a-Al20s coating with improved chipping / welding resistance brings less sudden-tool-edge-chipping.
+ Machining efficiency is improved for high-speed,high-feed-rate rough machining by using the hard-layer with fine columnar
structure.

o i%§ﬁ¥$ Strong fields
@SS#,SCM#,35HRCKED TEHDYIHIMTICHE VT BNl EFEERZERELETT

+ Exhibits superior wear resistance when cutting mild steel, carbon steels, alloy steels and tool steel use with hardnesses of
less than 35HRC.

yer structure

GX Coating

RS
Coating structure

RETE - FEa-AlO:E

Smooth surface and thick a-ALOs layer
TR - TSt

Improved welding resistance and heat resistance

T H—FRALOSEE TR

New anchor-effect Al20s bonding layer

ALOSEDEE SR E

Improved adhesion to Al:Os layer

WL KRR E

Hard layer with fine columna: structure|
MHEEFEME - it F v ES S

Improved wear resistance and chipping resistance

IR

Carbide

R RER

Tough substrate
MBI - F o E2 T E

Improved high toughtness thermal chipping resistance

’ S50C (220HB) DHIAEIZKER#ER Wear graph after cutting S50C(220HB) ‘

P20 (30HRC) DYHIIEABRAER Wear graph after cutting P20(30HRC)

'E 05 - - - YIBISRH Cutting conditions E\ 05 f T EDBISRHF cuting conditions

3 o4l R P b ¥ # | S50C(220H8 X 04l oL ¥ # | P20(30HRC

g o BRE ~orn ] el SO0CE20NE 50 itRE GX2140( B, M F | PROGOHRD)

@ gg| o ememeE A Comentional ~~~ BALIAY ERRILY— | ASRTS063R-4 oY i Conventonal) A Conventional | @ #ERtILY— | ASRTE063R-4

> U T j 1 Holder used > T T Holder used

= i i 1V9-MUE | WDNW 140520 L i i 4V4%-MUE | WDNW 140520

W 02f------4 R P e K e eemeed oo Insert Model W o02f--------b- AL mmmmmd e Insert Model

1 | ! ) Bl & & | ve = 180m/min i3 ! ) W & | ve = 140m/min

1| b7 R | A Cutting Speed I ooq|P? e | A Cutting Speed

L ! ' i 1RLDORE | fz = 2.0mm/t o ' i 1NUDORE | fz= 1.4mm/t

B | { ! Speed per iute 2 ! | Speed per flute

H; % 100 200 300 q00 PP F|apxae=1x44mm Hé % 30 60 50 20 TD2H | Epxae=1x43mm
YKIZE8E (m)  Cutting length ) Bl 5@ A | Drysl T &—3040H) JHIEERE (m)  Cutting length DBl R | DryT  &—0tH)

Coolant Dry cutting Single-flute cutting Coolant Dry cutting Single-flute cutting
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Line Up
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Numeric figure in a circle:: and Alphabetical character comes in a squarei’
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With air hole
mEa—r 7o A S 3G wRoy— R
Item code Stock| qutes | DCX | LF |DCONMS| R LH LS L2 Bk D2 D3 Inserts retail price (%)
ASRS0020 ® | 2 20 (13020 ‘o 50| 80| 20 | — | 20 |18 |EPNWOSO3TN-10 | 39,890
ASRS0025 ® | 2 25 (140 |25 60| 80| 25 | — | 25 |22.3| EDNWIOT3TN-10 | 42,000
L | ASRS4030 ® | 2 30 [150 |32 70| 80| 29 | 1.1°| 32 |27.8 45,170
= - ED ¥ M3TATNASD) [ s wom
2 ASRS4032 ® | 2 32 15032 70| 80| 29 32 |29.6| oo vatamito | 45170
[ | ASRS4040 ® | 3 | 40 [150 | 42 50 | 100 | 40 | 1.5°| 42 |35 51,620
§/ASRS5050 | @ | 3 | 50 | 110 | 25%| 13 | 50| 60| 50 | — | 47 |47 53,850
¢ | ASRS5050-42 3 | 50 | 150 | 42 50 (100 | 50 | — | 43 |43 |ED 1 M5TATN-15(2) -
5| |ASRS5063 | @ | 4 | 63 | 120 | 323 50| 70| 50 | — | 60 |60 |ED -W15T4TN-10 | 99970
Y| |ASRS5063-42 4 | 63 | 150 | 42 50 | 100 | 50 | — | 52 |52 -
Z ASRL0020 ® | 220|180 20 | ~|100| 80| 20| ~ | 20 |18 |EPNWOBOSTN-10 | 45410
é ASRL0025 ® | 2 25 20025 120 | 80| 25 | — | 25 | 22.3| EDNW10OT3TN-10 | 46,110
2 | O| ASRL4030 ® | 2 30 [200]32 120 | 80| 30 | 0.7°| 32 | 27.8 47,640
5 AsRLa032 | ® | 2 | 32 | 200 | 32 120 | 80| 30 | — | 32 |29.6| - ISTATNIS@ 0 a0
5|2 2 EDWABTATN-10 | 727
% | 5| ASRLA040 ® | 3 | 40 | 250 | 42 (]g) 50 | 200 | 40 | 1.5°| 42 |35 68,630
ASRL5050 ® | 3 | 50 [250 |42 50 | 200 | 50 | — | 47 |47 |ED ¥ 15T4TN-15(2)| 74,260
ASRL5063 ® | 4 63 |250 42 50200 | 50 | — | 60 |60 |EDW15T4TN-10 | 87,280
| ASRE0020 ® | 2 20 [250 |20 130 (120 | 20 | — | 20 |18 |EPNWOSO3TN-10 | 51,970
=z
£ ASREQ025 | @ | 2 | 25 |300 |25 | '° [180 | 120 | 25 | — | 25 | 22.3| EDNWIOTSTN-10 | 57,610
%ASRE4030 ® 2 | 30 30032 180 | 120 | 30 | 0.5°| 32 | 27.8 62,060
2 15 = EDH H3TATNA15(2) o e
g ASRE4032 ® | 2|32 300 32 (373|180 120 30 32 | 29.6| o0 WiaTaTnAO | 62060
£ | ASRE4040 ® | 2 | 40 | 300 | 42 50 | 250 | 40 | 1.5°| 42 |35 77,080
[3E] *EIDY+>2(3BT40, BTS0DY—UV I TCTERTEET,
[Note] *¢Marked Shanks are available for both milling chucks of BT40 & BT50.
E=JJ§_94 7 Modular Type As R M 00 ‘ l;%ﬂ?—b‘lbiﬁ'c Numeric figure in a circle .
4’% P — THSZMS DRVS (ZH(&)
N 3
8 - PXHEEH- 2 f
@E) e
e e
BRI—R 15| DH I K sizemm) BERAVT—N | F2)\GEEE (D)
ltem code Stock | Moo ['DCX | LF [DCONMS|[THSZMS[DHUB[ L1 | L2 |DRVS Inserts Suggested retail price (¥)
ASRM0020-2 | ® 20 | 30 |10.5/M10/17.8| 55 | 19 | 15 |EPNWO803TN-10 39,890
ASRM0025-2 |® |2 | 25 | 35 |125|M12|20.8| 55 | 22 | 17 42,000
ASRMO0030-3 |(® |3 | 30 | 40 |17 |M16|288| 6 23 | 22 52,920
ASRM0032-3 |@® |3 | 32 | 40 |17 |M16|288| 6 23 | 22 |EDNW10T3TN-10 52,920
%1 ASRM0035-3 |@® |3 | 35 | 40 |17 |M16/28.8| 6 23 | 22 52,920
%1 ASRM0040-4 | @ | 4 | 40 | 40 |17 |M16/28.8| 6 23 | 22 60,660

[EE] %1 BBV v I YN THERTDEFHDGEDE R Ao

EVAS—IINUERYVYYY ER7—/I\OIIEHEI[EYa15—RURIICTU—-RBEEDHBRIFERULFVLTLEEL,
[Note] When 31 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".

O : IZHEBRTYT, @ : Stocked ltems.  FEEN : ILERTI, No Mark : Manufactured upon request only.
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Numeric figure in a circle:Z> and Alphabetical character comes in a squarei’

DHUB
DCONMS
b KWW
CBDP
LF
- \ DCX |
EmI—R £ | A% ST size(mm) BEA Y —K )
Item code Stock | No.offites | DCX [DHUB| LF_|CBDP] R _|KWW[ b |DCONMS Inserts rotali o (¥)
2 ASR4050-3 [ ] 3 50| 47 | 50 19 8.4 |5 [22.225 TM3T4TN-15(2) 56,190
1? ASR4050-4 ® 4 50| 47 | 50 19 8.4 |5 (22225 17 _{W13T4TN-10 68,400
~ |ASR5060-3 3 60| 57 | 50 19 8.4 |5 (22.225| 17 -
?; ASR5060-4 ® 4 60| 57 | 50 19 8.4 |5 (22.225| 17 71,100
| T ASR5063-3 3 63| 60 | 50 19 84 |5 (22225 17 -
7| 2 | ASR5063-4 o 4 63| 60 | 50 | 19 845 |22225| 17 15T4TN-15(2) 71,100
5 é ASR5080-4 4 80| 76 | 70 | 32 12.7 | 8 [31.75 | 26 | ED: {W15T4TN-10 -
’7( S g ASR5080-5 o 5 80| 76 | 70 | 32 | 15 [12.7 |8 [31.75 | 26 107,810
@ %E ASR5100-5 o 5 100 96 | 70 | 32 |10 [127 |8 [31.75 | 26 127,860
5|£2| ASR5100-6 [ ) 6 100 96 | 70 | 32 127 |8 131.75 | 26 145,460
o T _
S [72|ASR4050M-4 | @ | 4 | 50| 47 | 50 | 20 1046322 | 17 [ED. ASHATNAS@ ) 64400
itﬁ ASR5060M-4 ® 4 60| 57 | 50 | 20 10.4 | 6.3 |22 17 71,100
E ASR5063M-4 [ ] 4 63| 60 | 50 | 20 10.4 | 6.3 |22 17 156T4TN-15(2) 71,100
E% ASR5080M-5 [ 5 80| 76 | 70 | 22 124 |7 |27 20 15T4TN-10 107,810
£E| ASR5100M-6 o 6 100 96 | 70 | 25 144 18 |32 26 145,460
[#F&] 7—/VBRUIFFEBULEE A, [Note] Arbor screw is not included.
= [— |
EB““E? Parts f::ﬁ‘ l&ﬁ&?h\lb‘a‘f‘gﬁ, Numeric figure in a circle .
EBaa 9527RU IS5 T8EYA RSAIN—/LVF RUBEETERGLEE]
Parts Clamp screw Clamp piece set Screw driver / Wrench Screw anti-seizure agent
Foik % 2
@nLy | BRI FEI\TE oy | FERI\TE FEI\TE
BAAYY Shape & @%Eﬂgg ﬁéﬁ%(ﬂd) ﬁéﬁ%(qu) % S}L/‘lk 1@1%(,31) msﬁ*sé(,;qd)
Cutter body (N'm) | ot ores ) ooy | A B AP e ) ot aee o)
ASR S/L/E0020 — —
242- 2. —_— —_—
ASRM0020-2 4141 | 29 840 P-37 | 1,010
ASR S/L/E0025 104-T15 | A | 2080 —————
412141 2.9 540 CM3.5-141 2,030 P37 17010
555-141 4.9 690 CM5-147 2,030 105-T20 B 2,120 —_— —_—
[FE] 75V TRUIBHEHFERTT, ERAREBICEADTIREREE(LLFITOTREHDORBESBELELET,
[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.
g*il%iiolg:ma{ -Jj-“J 7 High-feed tools lineup
43R Features ikJUS Holders A Y — K Inserts J055
e RALO—T8) | BREGDEL)) | SRENG | RER(DH) | ITBE |5 54 ok MiEMRsS | SVJ R| APMX
Type Economical | High accuracy | Supporsforhigh- | Efficiency Tool dia. St o Inscribed | ProgrammingR | (M)
(No. of corners) | (Less uncutremnants) | hardened steel (No. of Flutes) (mm) 0. ot corners ape circle code (mm)
@)
s —— O e _ -~
TDAN g © O | _gohRe|=HEBT | ¢16~40| 4 ¥ 06| 20 | 1.0
multiflutes
) 06| 20 15
ASR %X p O =acee - . . .
Multi-Flutes O ~62HRC H%E%%c%r%gy ¢ 16~66 2 .»/ 12 3.0 2.0
multiflutes 3 °
L O O
ASRF-mini g ©) 65HIRC | LB Gonera | #20~63| 4 (a) 07| 20 | 12
O O
ASR ] O | _6OHRC | Genera| $20~100| 2 B o015 .0
O O ’
ASRT s e O | _65HRC | aenera| $25~100| 3 A o914 2.0
O O
ASRF ] ) 6OHRC | U Qoo #32~100 4 = 12| 45
_ o 14 15
TDBN _@ O | ~50HRC 15 oner| #50~125| 6 | B @ 14 . | 80
R O O - . 12 & 1.2
TR4F ,514 O ~60HRC | R Generat| ©32~125| 4 15 2.0

X ERMACORMIAIEZSHS AV FvILTEDET,

Various other tools for roughing are also available.

s TEMROFHRICOVNTRBE YOI FER—LR—I THRRZBELEY. For more information on tool specifications, please refer to our general catalog or visit our website. (http://www.moldino.com)



4 _JU - h Inserts CFEFEDADE T 5 Numeric figure in a circle .

INSL g INSL
Fig-1 Fig-2
EBERR AN JL—nif
Standard shape Convex shape type Breaker type
ﬁlﬂ Carbon steels . . . |-L_r| - ._ﬂrxutﬂ%u . %_}Eﬁ
M SUS% SUS, etc. . General cutting, First recommended
FC-FCD castirons [~ | H H [ - —REtDHl - SETHEsE
SREEH Hardened steel . . General cutting, Second recommended
=18 /= ardened steels
e 2| Re 218, B))\55
‘}!‘E 'FE "’l“ § 'F E IIE§ |F§ I Size(mm) ﬁ;ﬁt;ﬁ#i@ﬁr&:ﬁ?%
HE_R = 2 55| 92 |85 - . o
maJ— 8 = AR BRAAYS AJT-5747|
ltem code o 8 8 o | Q 8 o Shape Cutter body GX3-74VJ CY250
g = | = — | - Te] JSI-745
g E E § Q g g § E R | I S | INSL AJg(J GE30
FlS|S|S|lo|s |50 &5 Gzl
EPNWO0803TN-10 e o o o o0 o 10| 8.1 | 318 7.94 AR onas D20 1,100 | 1,010
EDNW10T3TN-10 | (@ (@ (@ | @ (@ | ® | ® | ® |10 10 [397] 10 ASR I L/E 0025 1,310 | 1,190
EDNW13T4TN-10 !,F\, o o e o o o 10 | 135 556 | 12.7 Figt| ASRS/LE 47 (- 1,640 | 1,500
R ASR4050M-4
EDNW13T4TN-15 ([N | @ | @ | @ | ® | @ | @ | ® | @ |15 135|556 127 1,640 | 1,500
EDNW15T4TN-10 ( AN ) e o 0o O 10| 15 | 556 | 14 1,900 | 1,730
EDNW15T4TN-15 ®© ® ® © 0 @ o O 15 15|55 14 o 1,900 | 1,730
EDEW13T4TN-10 ) ° 10 | 135 556 | 12.7 . |2830| 2570
ASR S/L/E 4 -
ASR4050M-4
EDEW13T4TN-15 | ¢ ) ° 15 | 135 5.56 | 12.7 2,830 | 2,570
= Fig-1
. E 10| 15 | 556 | 14
EDEW15T4TN-10 ) 'Y ASR S/L 5" -y | 3000 2,720
ASR5000M
EDEW15T4TN-15 ) PY 15| 15 | 556 | 14 3,000 | 2,720
EDNW13T4TN-15Z | ° ®o o 15135556 | 127 | [ASRSLE4CL) 1 640 —
w Fig-2
EDNW15T4TN-15Z | N ° oo 15| 15 | 556 14 SRS 1,900 | —
EDMT13T4TN-15 M o o 0o 0 o 15195588 12 | AR AIE 4D 11 640 | 1,500
EDMT15T4TN-15 | M e o o 0o o 15| 15 | 556 | 14 1,900 | 1,730
CEEIEVDIFR15(E. ZEHBUE5DCXF.R10GREHUEA4~E5DCX M L ##HRBULE T ~ = - 3
GXT—F 45 JSO—F 4V I FEBR S v F I —ICRELF B ADTTEEL L0, 1 hﬂy{ljﬁ'ﬁ
A VY — N FIFERESE(C, ELLEE TR TS D, Insert mounting

[Note] We recommend, R15 for overhang 5DCX or less; R10 for overhang 4~5DCX or more.
Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
Mount the insert in the correct orientation as shown in the figure on the right.

IEULULERfTIF RO
Correct mounting Incorrect mounting

O : IZHEBRTYT, @ : Stocked ltems.  FEEN : ILERTI, No Mark : Manufactured upon request only.
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I #BEE/v2/2 carbide Shank

The Shanks for Modular Mill

LF LF
LB1 LS LB1 LS

» (%) 24 (%)

e ] |§ EE=y g

2 % g &I 8

THSZNS 6ot Cigpe THSZWS  £505  Eype

BRI —R item code ?"Sjt_:o% TRz 5;'{7 Effljjbjf fNﬁt% EEI(JF}‘]T;
DCONWS|THSZWS |  LF LB1 LS BD1 |DCONMS| D7 | 7% | =% [T8] Susesed
ASC20-10.5-120-50Z | ® 120 50 70 56,780
ASC20-10.5-170-90Z | ® 170 9 80 63,590
ASC20-1052201202| @ | °O° M10 220 120 100 185 20 195 | €| ¢20ss 69,920
ASC20-10.5-270-150Z | ® 270 150 120 88,690
ASC20-105-220-502 | @ | . . 1o 220 5 170 185 2 105 | ¢ | 0208 69,920
ASC20-10.5-270-50Z | ® 270 220 88,690
ASC25-12.5-145-65 | @ 145 65 80 64,990
ASC25-125-215-115 | @ | ., w2 215 115 100 2 . 3 e | oz5es | 8] 76130
ASC25-12.5-265-145 | @ 265 145 120 £ | 88,690
ASC25-12.5-315-195 | @ 315 195 120 1{ 114,370
ASC25-125-265-65 | @ | ., w2 265 o 200 23 25 B e | o250 | & 88,690
ASC25-12.5-315-65 | @ 315 250 A | 114,370
ASC32-17-160-80 ° 160 80 80 H| 98540
ASC32-17-210-110 ° 210 110 100 #3043 99,710
ASC32-17-260-140 ® | 17 M16 260 140 120 28 32 - E gggﬁ 118,480
ASC32-17-310-190 ° 310 190 120 <640> 160,710
ASC32-17-360-240 ° 360 240 120 202,930
ASC32-17-260-80 ° 260 180 53025 118,480
ASC32-17-310-80 e | 17 M16 310 80 230 28 32 - E | 232+ 160,710
ASC32-17-360-80 ° 360 280 <@40> 202,930

[EE] DLk (P.A) YN TEATZETHNBYEE A,
QMBOI-IVIF b JBEDFNE—ICTERTEET,
@<¢40> I REHLRE200mmIA T 2B RICTER TS,
@X3TRAVABDO Y OBLYNEVIY, Y+ O BBOTEIELET,

[Note] WWhen3%2 and31 (p.4) are used together as a set, there is no interference.
(@Commercial milling chucks or shrink-fit holders can be used.
(For the ¢40 size, it is recommended that the overhang be 200mm or less.

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

18 v>/20  steel shank

I ﬁlﬁ’/‘\"‘/ﬁ Steel Shank

LF LF
LB1 LS LB =
%) o)
) 2| \ =
1 NN = I
2 2 gl B T8
ZE’ i — - E— s e | 9
o i 77 o o)
g : L K 8 THSZWS
THSZWS XEMNULRE. I—TRICTEMIAEETTY,
% For neck section or total length, additional machining to user specifications is possible.
x - . o> [BER % 3 : ™Dy =
. 9 D S N8 |rE| w2 . |8 N S NS |imE| FBLIGE
oo |2 ~ % Size (mm) Eg %%:: Eﬁ?ﬁg EmoO—K |8 < & Size (mm) Eg fgﬁﬁl(f\‘?j)
tem code | B poowwgiTHszWs| LF | LBA| LS |BD1[pcows S |15 2| el oes oo tem code 8 neoys THszws| LF | LB1 | LS | BDA |ooows 85 |5 &ty
AS20-10.5-100-20 |@| 10.5 | M10 | 100 | 20 | 80 18 20 |¢20:3| O | 31,680 ®30
32
AS25-125-115-35| @ | 12.5| 12| 115 | 35 | 80 | 23 | 25 |425ws| O |asaq0  ASE-17-360:90|@| 17 |16 | 360 | o0 | 270 | 28 | 42 |93Z| O | 80940
¢40
2
#3
AS32-17-110-30 (@[17 |M16|110 | 30 | 80 | 28 | 32 |§3%| O |42470 s3] mERDI—Uv 5 Frusi-CBATEST,
40 . .
[Note] Commercial milling chucks can be used.

[EE] OMBROI-VV I FryHICTERTEET.
@%3TldhyRBH U+ VHBIVNEWD. VvV OEBOFEIELET,
[Note] (WCommercial milling chucks can be used.
(2For %3, since the cutter diameter is smaller than the shank diameter,

interference occurs at the shank.




E=JJ.5_E"IE7_, \ Modular Mill Arbor

I HSK-AB3 mRI—K (e RS el
ltem Code |Stock \nconws| THSZWS | BD1 | @DS | LB2 | LB1 [BHTA2| Note | Suseset
HSK-A63-10.5-30-18 | @ 20.8 30 - 3° 94,560
HSK-A63-105-70-18 | @ 25 | 70| 10 | 3 97,130
LB2 26 32 | Y019V
HSK-AG3-105-70-185| | 100 | M10 1 18 e 90 [ 10 |12 -
HSK-A63-10.5-120-18 | @ 30.2 | 120 10 3° 101,350
HSK-AG3-125-5-21 | @ 243 35| — | 3 || 95490
ol [HSK-AG-1256521 | @ 275 65| 10 | 3° | 7d | 96,660
S |mscasstesssas| |20 M2 % [as | es | 10 (127 | wm | -
HSK-A63-12.5-115-21 | @ 32.7 | 115 10 3 101,710
HSK-AB3| [HSK-AG317-4028 | @ 318 40| — | 3 95.490
HSK-A63-17-60-28 [ ] 33.9 60 10 3° 96,660
HSK-AG3-17-60-285 17 M6 28 e 1 60| 10 | 95 _
HSK-A63-17-110-28 | @ 39.2 | 110 10 3° 101,120

Arbor OREEDP ANET . Numeric figure in a circle:

16| %l:%:% 24| =1 %}:%:
10 | 25 16 35
(I7—5%t With air hole)

LB1 BRES 0 100-174 ZRES: 100-213
Parts Parts
EmRI—R 15k 5% Size(mm) S8 (kg 7’1;/ ‘B mmhvy |F2IGEHSEE)

ftem code Stk "5CONWS | THSZWS | LBf BD1 weight | B2, [Cuter body |
BT50-22.225-50-50 [ J 50 4.3 54,200
BT50-22.225-100-50 | @ 100 5.0 64,290
BT50-22.225-150-50| @ 22.225 M10 150 47 5.7 100-174 |ASR4050-:| 66,280
BT50-22.225-200-50| ® 200 6.4 77,080
BT50-22.225-250-50| @ 250 7.1 87,750
BT50-22.225-50-63 [ ] 50 4.8 54,200
BT50-22.225-100-63| @ 100 5.9 64,290
BT50-22.225-150-63| ® 150 7.0 ASR5060-":| 66,280
BT50-22.225-200-63| ® 22225 M10 200 60 8.1 100-174 ASR5063-"; 77,080
BT50-22.225-250-63| @ 250 9.3 87,750
BT50-22.225-350-63| ©® 350 11.5 110,620
BT50-31.75-7-80 [ J 7 4.2 51,620
BT50-31.75-80-80 ° 80 6.8 56,780
BT50-31.75-130-80 | ® 130 85 67,110
BT50-31.75.180-80 | ® 31.75 M16 180 76 10.2 100213 |ASR5080-1|——coons
BT50-31.75-260-80 [ ] 260 12.9 83,870
BT50-31.75-330-80 ) 330 15.4 109,450
BT50-31.75-7-100 [ J 7 4.2 51,620
BT50-31.75-80-100 [ J 80 8.3 56,780
BT50-31.75-130-100 130 1.1 -
e e D 31.75 M16 180 96 139 100-213 |ASR5100- 72960
BT50-31.75-260-100| ® 260 18.4 91,860
BT50-31.75-330-100| © 330 22.4 110,620

[EE]HVABISO7P—NBERUE P—NICRHBL THYETH hvEAERICIEITE L THYEE A. [Note] Arbor screw is attached on an arbor.

O 7—/\N(BT,HSK)D¥5E Arbor (BT HSK) Features

! 7]'\°'f“/ I\ ’ (@J) %Ebﬁé@tt&%;ﬁ@*ﬁ%ﬁ Example : Overhang and Application Area ‘
Point
S — " o B £ HvH Cutter
AyREBEXTER7—/V(BT,HSK) (. TEZRH fglgMCCl;grE.O 5 § ASRMO0020-2 _
LREZREICHRDI VAT LTIDT,. TEDIR oI Abort T’ ;%’f Afjigac 5 £l
= - -20- E R=-U2IF vy S|
B EIHITEFT, BT30-10.5-20-18 & (BT30517) =8
Reduce the chattering vibration by BT, HSK arbor due to the B Commercial milling chuck (BT30 type) -

reduction in the “actual” overhang.

] O : IZHEBRTYT, @ : Stocked ltems.  FEEN : ILERTI, No Mark : Manufactured upon request only.



€31
1 BT30

>—=)VAZ—)\

Modular Mill Arbor

LB2 22 48.4
181] THSZWS -
—_—
\

- l " ol
O e -~ 1\

[ —

e BHTA2 || BT30

8

(=]

HESE. I—HYHRICTBIIAIEETY . ¥ For neck section, additional machining to user specifications is possible.

lam £ Ik size(mm) 5%
ltem code Stock 5 CONWS [ THSZws | BD1 oDS B2 [B1 | BHTA2 Note

BT30-10.5-20-18 20 5 | 205°
BT30-10.5-45-18 10.5 M10 18 35 45 10 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 40 10 17.6° T7—7
BT30-12.5-65-21 125 Mz 21 40 65 10 98 | Wiiharhoe
BT30-12.5-85-21 85 10 7.2°
BT30-17-10-28 10 5 31°
BT30-17-35-28 17 M16 28 40 35 10 13.5°
BT30-17-60-28 60 10 6.8°

CERIOEY25—I)VABTI0P—NTRADKRR. FEHIRGRZBRICNIREEREL TS,

MITRRICKVIRBIDBBEINSIH G DVRABRE (ap)Z BT D 2. —HBUDZEY(R)EERT B ETHAE TS,

[Note] ®When using the BT30 arbor for modular mills, determine the processing conditions using the standard cutting conditions table as a general guide.
If vibrations are a concern due to the processing conditions, adjust conditions by 1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).

1 BT40

LB2 27 65.4
LB1 THSZWS —
~ |
\
I I O R
[ — [
N [ W i > i i i I s S
ErelE—t e
/
1%} I —T N
% BHTA2 | | BT40
z L
a

HETE. I—YHRICTBINIAIEETY . ¥ For neck section, additional machining to user specifications is possible.

mmI—R £ & Size(mm) =
ltem code Stock | CoNWS [ THSZWS | BD1 #DS (B2 LB BHTAZ Note

BT40-10.5-20-18 20 5 29.5°
BT40-10.5-45-18 45 10 13.7°
BT40-10.5-70-18 105 | M0 18 %5 70 10 81"
BT40-10.5-120-18 120 10 4.4°
BT40-12.5-15-21 15 5 32.3°
BT40-12.5-40-21 40 10 17.6° I 754
BT40-12.5-65-21 125 Mz 2 40 65 10 9.8° | WihArhole
BT40-12.5-115-21 115 10 5.2°
BT40-17-10-28 10 5 45°
BT40-17-35-28 35 10 21.8°
BT40-17-60-28 17 M1 28 8 60 10 1.3
BT40-17-110-28 110 10 5.7°
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9C2
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Red screw arbor

i3
'

oo

WEESIE caution

o — BRI CEBVRIBRKXTENGDET .
B ETRED SR T RES BB TEZ RV IZ<h BHFTHRE
HELEE L,

® XDEBIF. KMHEZTEDHERGFDFEHIZEICRELTTHEALEE,
HiE S v O EDRBEHICHATHBERDAELBED IRV VvV I8 T
TLyFVIRFIIBRILY DIRIFHFHELE T,

® 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 S 5== < 1] associated with the machine spindle, please reduce the recommended cuttin
S e k- S+ i by s
Item code AR ool m L Toal o | e Josloes gvi.gg:? gi}ﬁgy ltem code R oo] 1 [ locl o | | s lociocs (vlv<elg92 iy
3 ¥ 7 3
BTA0-RSG10-125-M25 ERE 18| 04 BT50-RS610-285-M140 ol 5| 2 Les |10 12 ol 1] g | gp | 20158
BTA0-RSG10-155-M25 155 25| 130 22 | 08 BT50-RSG10-315-M140 315 175 60 | 58
BTA0-RSG10-185-M25 15| | 160) 24 | 07 BTS0-RSG12-140-M25 140 115 16 | 02
BTA0-RSG10-150-M50 150 100 19| 08 BTS0-RS612-170-M25 10| 25| 14 50 | 03
BT40-RS610-180-M50 | 180 50] 130] 23 110 BT50-RS612-200-M25 | [ 1] 58 | 04
BT40-RS610-210-M50 0] | 180) 25 |12 BTS0-RSG12-165-M50 165 115 47 | 05
BTA0-RSG10-175-M75 175 100 20 | 16 BTS0-RSG12-195-M50 | 195| 50| 148] 511 06
BTA0-RSG10-205-MT5 Mo 105 | 22 | 65 | 19 | 205 78| 130] 36 | 38 [ 24 | 18 BTS0-RS612-225-M50 25| | 1] 59 | 06
BTA0-RSG10-235-MT5 |2 | 160) 26 | 20 BTS0-RS612-190-M75 190 115 49 | 08
BTA0-RS610-200-M100 20 100 20 | 27 BTS0-RSG12-220-M75 | 20| 95[ 148] 53 | 10
BT40-RS610-230-M100 | 230] 100] 130] 24| 30 BTS0-RS612-250-M75 |0 [ 1] 6110
BTA0-RSG10-260-M100 |20 | 160) 26 | 33 BT50-RS612-215-M100 215 115 50 [ 13
BTA0-RS610-220-M120 20 100 21| 40 BT50-RS612-245-M100 2| 125| 22 | 6 | 24 | 20 100| 45| 43 | 45 |54 |15
BTA0-RS610-250-M120 | 250] 120] 130] 25 | 43 BT50-RSG12-275-M100 | o[ 1] 62 | 16
BTA0-RS610-280-M120 0] | 180) 27 | 46 BT50-RS612-240-M125 240 115 52 | 21
BTA0-RSG12-125-M25 EE 20 | 03 BT50-RS612-270-M125 20| 125] 148 56 | 23
BTA0-RSG12-165-M25 15| 25| 130 24| 04 BT50-RS612-300-M125 30| | 1] 64 | 24
BTA0-RSG12-185-M25 15| | 180) 27| 08 BT50-RS612-265-M150 25 115 53 | 30
BTA0-RS612-150-M50 150 100 21| 05 BT50-RS612-295-M150 | 205| 150[ 148] 57 | 33
BTA0-RSG12-180-M50 180 50| 130] 25| 07 BT50-RS612-325-M150 | 35| | 1] 65 | 34
BTA0-RS612-210-M50 210 160 28 | 09 BT50-RS612-200-M175 20 115 55 | 42
BTA0-RSG12-175-MT5 175 100 23| 09 BT50-RS612-320-M175 | 30| 175] 145] 59 | 46
BTA0-RSG12-205-MT5 M2 125 22 | 6 | 4 | 25| 75| 130 43 | 45 | 27 [ 11 BT50-RS612-350-M175 IEIRRIEG 67 | 46
BT40-RS612:235-MT5 |25 | 160) 30 13 BTS0-RSG16-140-M25 140 115 18] 02
BTA0-RS612-200-M100 200 100 24 [ 14 [ TS0-RS616-170-M25 10| 25| 148 54| 02
BT40-RS612-230-M100 | 230] 100] 130] 28 |16 [ BTso-Rs616-200-M2 | [ 1] 66 | 02
BTA0-RS612-260-M100 0] | 180) 3118 BTS0-RSG16-165-M50 165 115 50 | 03
BTAORSGI2Z5MI | | EE] 26| 21 BTS0-RSG16-195-M50 | 195| 50| 148] 56 | 04
BTA0-RS612-255-M125 25| 125 190 30 | 24 BTS0-RS616-225-M50 28| | 1| 68 | 04
BTA0-RS612-285-M125 | 25| | 160) 33 | 28 BT50-RS616-190-M75 190 115 53 | 05
BTA0-RSG16-125-M25 125 2% 26 | 02 BT50-RSG16-220-M75 | 20| 95[ 148] 59 | 06
BT40-RS616-150-M50 15] 50 28 | 03 BTS0-RSG16-250-M75 om0 | 1l 70 | 06
BTA0-RSG16-175-M75 Mg | 17 | %5 | 6 | 2 | 15[ 78| 100 52 | 54 [ 30|08 BT50-RS616-215-M100 215 115 55 | 07
BT40-RS616-200-M100 200 100 32| 08 BT50-RS616-245-M100 | 25| 100] 145] 61| 09
BTA0-RSG16-225-M125 25| 125 34|12 BT50-RS616-275-M100 | o] [ g 72 | 09
BT50-RS610-140-M25 140 115 43 | 04 BT50-RS616-240-M125 240 115 57 [ 14
BT50-RSG10-170-M25 | 10| 25] 145] 46| 05 BT50-RS616-270-M125 e| 17 | 25 | 6 | 29 | 2n0| 15| 45| 52 | 54 |63 | 13
BT50-RS610-200-M25 IR 56 | 05 BT50-RS616-300-M125 G 7413
BT50-RS610-165-M50 165 115 4408 BT50-RS616-265-M150 25 115 59 | 16
BT50-RS610-195-M50 | 195 50| 145] 47109 BT50-RS616-295-M150 | 205] 150[ 145] 65 | 18
BT50-RS610-225-M50 | 28| | 1] 57 | 10 BT50-RS616-325-M150 | 35| | 1] 77 18
BT50-RSG10-190-MT5 190 115 45| 18 BT50-RS616-290-M175 20 115 61 | 22
L3 B750-R5610-220-M75 o 05| 2 |6 | 1o L2 18] o | (48] 17 BT50-RS616-320-M175 | 30| 15| 145 67 | 24
BT50-RS610-250-M75 20 17 58 | 18 BT50-RS616-350-M175 30 175 79 | 25
BT50-RS610-215-M100 215 115 45| 21 BT50-RS616-315-M200 315 115 63 | 30
BT50-RSG10-245-M100 | 5] 100] 145] 48|29 BT50-RS616-345-M200 35| 200] 145] 69 | 32
BT50-RS610-275-M100 ||| 1) 58 | 29 BT50-RS616-375-M200 IEIRIEG 81 | 33
BT50-RS610-235-M120 2% 115 46 | 39 BT50-RS616-340-M225 340 115 65 | 39
BT50-RS610-265-M120 | 265) 120] 145] 49 | 42 BT50-RS616-370-M225 | 31| 25| 148 7l
BT50-RS610-295-M120 |25 | 1] 59 | 42 BT50-RS616-400-M225 | [ 1) 83 | 42
BT50-RS610-255-M140 25| 140 115 47| 55




e <P Size(mm) - [ltE pes S Size(mm) - |AttE
mEOCR e EEIor R (e 55
|G |oD| H|Hi|[oC| L | M |Li|0Ci@Co|"edtt|5g $ G |oD| H|Hi|oC| L | M|Li|gCioCz|Wett| 5y
AG3-RSG10-125-M25 125 100 16 | 04 A00-RSG10-235-M120 25 115 34| 40
AG3-RSG10-155-M25 | 155 28] 130] 19| 08 AM00-RS10-265-M120 | 265] 120] 145] 38| 42
AG3-RSG10-185-M25 185 160 23 | 06 AM00-RSG10-295-M120 ol 05| 2 | 6s | 1o |2 W] | 4] 42
AG3-RSG10-150-M50 150 100 17| 08 AMO0-RSG10-255-M140 2% 115 35 | 56
A63-RSG10-180-M50 | 180 0] 130] 20 [ 10 AMO0-RSG10-285-M140 28] 0] 145] 39| 58
AG3-RSG10-210-M50 20 | 180 24 |12 AMO0-RSG10-315-M140 KRG 48] 58
AG3-RSG10-175-M75 175 100 18| 16 A00-RSG12-140-M25 m 115 3403
AG3-RSG10-205-M75 EiEE] 21 18 ATOO-RSG12:170-425 | m| o] 1) 3 | 04
A63-RSG10-235-M75 o105 | 2 | 65 | 10 |2 180) o | 4 | 28] 20 AMO0-RSG12-200-M25 20 175 47 ] 04
A63-RSG10-200-M100 20 100 18|27 AMO0-RSG12-165-M50 165 115 35| 05
AG3-RSG10-230-M100 | 20| 100] 130] 21 | 29 AMO0-RS612-195-M50 | 195 50| 145] 38| 06
A63-RS610-260-M100 | o0 | 160) 25 | 32 AMO0-RS612-225-M50 s | 1w 48| 08
A63-RSG10-220-M120 0 100 19| 40 MO0-RSG12-190-MT5 190 115 37 08
A63-RSG10-250-M120 | 250] 120] 130] 22 | 42 MO0-RSG12-220-MT5 | o] 7] 14 0] 10
A63-RSG10-280-M120 %0 | 160) 26 | 45 AMO0-RSG12-250-M75 EZIEG 50 10
A63-RSG10-240-M140 EDRED 20 | 56 MO0-RSG12-215-M100 215 115 38| 14
A63-RSG10-270-M140 | 1] 130 23 | 59 MO0-RSG12-245-M100 M2 |125| 22 | 6 | 24 | 25| 100] 145 43 | 45 | 41 | 16
A63-RSG10-300-M140 KRR 27 | 62 MO0-RSG12-275-M100 KRG 5116
AG3-RSG12-125-M25 125 100 19| 03 MO0-RSG12-240-M125 240 115 10 | 21
AG3-RG12-155-25 s 5] 13| 23 | 04 ATOO-RSG12:270-M125 | o] 5] 165 43 ] 2
A63-RSG12-185-M25 185 160 27| 05 MO0-RSG12-300-M125 G 53| 24
1] AG3-RSG12-160-450 KK 20 | 05 MO0-RSG12-265-M150 ECREE 41 30
AG3-RSG12-180-M50 180] 50| 130 24 | 06 MO0-RSG12-295-M150 25| 150 148 14 ] 34
AG3-RS612-210-M50 IR 28 | 08 MO0-RSG12-325-M150 G 54 ] 34
AG3-RSG12-175-M75 175 100 22| 09 MO0-RSG12-290-W175 20 115 13] 43
AG3-RSG12-205-M75 | 25| 5] 130] 26 | 10 MO0-RSG12-320-M175 30| 175] 148 16| 46
AB3-RS612-235-M75 G 30 [ 13 FE]A00-Rs612-350-0175 EIEE 56 | 45
M2 |125] 22 | 6 | 2 B =}
A63-RSG12-200-M100 200 100 23 |14 PR A100-RSG16-140-M25 140 115 0] 02
A63-RSG12-230-M100 | 230] 100] 130] 27 |16 A00-RG16-170-M25 1m0 2] 1] 15] 02
A63-RSG12-260-M100 IR 3119 A00-RSG16-200-M25 G 57| 02
A63-RSG12-225-M125 25 100 25 | 21 A00-RSG16-165-M50 165 115 2] 03
AG3-RSG12-255-M125 | 255] 125] 130] 29 | 24 A00-RS616-195-M50 | 195] s0[ 14 7] 04
A63-RS612-285-M125 | o5 | 160) 33|21 A100-RS616-225-W50 s | 1w 59 | 04
A63-RSG12-250-M150 20 100 26 | 31 A00-RSG16-190-MT5 190 115 15 08
A63-RSG12-280-M150 280/ 150] 130] 30 | 34 A00-RSG16-220-M75 |20 78] 14 50| 06
AG3-RSG12-310-M150 ENRREE 34 | 38 AM00-RS616-250-M75 G 61| 06
A63-RSG16-140-M25 0| 2 28| 02 A00-RG16-215-M100 215 15 17] 08
A63-RSG16-165-M50 165] 50 32 | 04 A00-RG16-245-M100 |25 100] 14 52 09
AG3-RSG16-190-M75 19| 75 36 | 06 A00-RSG16-275-M100 s [ 1 63 09
A63-RSG16-215-M100 M| 17| 25 | 6 | 29 | 215] 100| 115 52 | 54 | 28 | 09 A00-RSG16-240-M125 0 115 19 11
A63-RSG16-240-M125 3 0| 125 28 |13 AMO0-RG16-270-M125 Mg | 17| 25 | 6 | 29| 2n0| 1e5] 14| 52 | 54 | 54| 13
A63-RSG16-265-M150 3 265] 150 32 [19 AM00-RSG16-300-M125 G 6513
A63-RSG16-290-M175 90| 175 36 | 25 AM00-RSG16-265-M150 2%5 115 51| 16
AMO0-RSG10-140-M25 140 115 31| o4 AM00-RSG16-295-M150 295 150[ 14 56 | 18
MO0-RSG10-170-M25 || 2] 1] 35 | 05 AM00-RG16-325-M150 s [ 1w 67| 18
AMO0-RSG10-200-M25 | | 1) 1408 AMO0-RSG16-290-M175 20 115 53 | 22
AMO0-RSG10-165-M50 165 115 32|08 AMO0-RSG16-320-M175 |30 175] 14 58 | 24
MO0-RSG10-195-M50 | 195 50| 145] 36|10 AMO0-RSG16-350-M175 G 0|25
=] A100-RSG10-225-M50 s | 1) 45|10 A00-RSG16-315-M200 35 115 55| 30
S M0 [ 105| 22 | 65 | 19 % | % e
D24 1100-R5610-190-M75 190 115 33|16 A00-RSG16-345-M200 us| 20 145 60 | 32
MO0-RSG10-220-MT5 || 5] 145] 3718 AMO0-RSG16-375-M200 o [ 1 12| 33
MO0-RSG10-250-M75 G 16|18 AMO0-RSG16-340-M225 30 115 57| 39
MO0-RSG10-215-M100 215 115 3| A00-RSG16-370-M225 || 225 14 63 42
MO0-RSG10-245-M100 2] 100] 145] 37 | 29 AMO0-RSG16-400-M225 IEREG 74| 42
MO0-RSG10-275-M100 o5 1) 16 | 29
B EEMABR J—5Y U MHSK-A) M Standard accessories @ Coolant duct(HSK)
BEIRSFER ’fyla_;1b|31q’§biﬁh° W Caution ©The Modular Mill is not a standard accessory.
cTIARE Y N&{GEL/'C?;‘O?‘G/W B e Pull stud is not a standard accesorry.
TEAICKZEY 2S5 —S VA BUTIREN [EY 25— )VEUIER] THEE SRR EE 0, ®Please check your Modular Mills for conformance to the dimensions.
3 FIMEEIC DULYT About the rigidity value Tt (9.81)
ED"Jﬁ-EJb?Eﬁ'ﬁ'ZIC 1 kgfs m(9.8N) DEIFEEEDFZEED A rigidity value represents the amount of deflection for the entire holder and tool ,,77:\’7 J
RILS ETEGDEhOEERLTVET, when a bending load of 1 kgf (9.8 N) is applied to the tip of the tool. The smaller the (@ [®um)
HENNEVE, BN SDIEEDEVININTRETT . numerical value is, the higher the rigidity and the more accurate the machining. Py

HREN | IFEESRTY, No mark : Manufactured upon request only. #H8 (&= 5F% 10 BI2E(ICBY & J, Delivery time is about ten days after an order received. (T



IREYIHISR AR

Recommended Cutting Conditions

Xiﬁ?';%_}ﬁit:f*j*itg—o *¢Red indicates primary recommended grade.

A HEBATE tﬂggﬁgﬁ —FTEODiED 020(2¥H Flutes) ¢ 25(28F Flutes) @30(28 7 Flutes) ¢40(3A Flutes)
Work material | Recommended [ Speeq f(mmt) B | EOEE | QfE | EEE |X0EE| QfE | mEH [E0EE| o | EEH | XbEE| QfE
gEed ve (m/min) Feed rate min-! mm/min | cm3/min min-! mm/min | cm3/min min-! mm/min | cm3 /min min-! mm/min | cm3/min
R % 180~ 0.6~1.5 2,860 | 3430 | 69 2,290 | 2,750 69 1,900 [ 5700 | 171 [ 1.430 | 6,400 256
(P00HBILT) | ©X2140 | 200 s ve=180m/min fz=0.6mm/t ap=1.0mm ae=1.0DCX ve=180m/min fz=1.5mm/t ap=10mm a&e=1.0DCX
Generalsuctural | J3g0qa | 90~ | og_po | 1430 | 1720 | 84 | 1150 | 1380 | 34 960 | 2880 | 86 | 720 | 3240 | 130
steel 150 o ve=90m/min  fz=0.6mm/t ap=1.0mm ae=1.0DCX ve=90m/min  fz=1.5mm/t ap=1.0mm ae=1.0DCX
kxE 180~ 2,860 | 3430 [ 69 [ 2200 [ 2750 | 69 1,900 | 5700 [ 171 [ 1,430 | 6,400 | 256
a&if GX2140 200 06~1.5 ve=180m/min  fz=0.6mm/t ap=1.0mm ae=1.0DCX ve=180m/min  fz=1.5mm/t ap=1.0mm ae=1.0DCX
(80HRCLF) JS4045
Garbon sieels. | JS4060 | 0~ 06220 1430 [ 1,720 | 34 [ 1150 [ 1,380 | 34 960 | 2880 | 86 | 720 [ 3240 | 130
Alloy steels 150 ! . ve=90m/min  fz=0.6mm/t ap=1.0mm ae=1.0DCX ve=90m/min  fz=1.5mm/t ap=1.0mm ae=1.0DCX
P ] 1430 [ 1430 ] 29 [ 1150 [ 1150 | 29 960 [ 1500 | 45 [ 720 | 1,730 | 69
Y| JP4120 | oo
(Ceé?gfgsjg) jgzggg 120 0.4~0.8 ve=90m/min fz=0.5mm/t ap=1.0mm ae=1.0DCX ve=90m/min fz=0.8mm/t ap=1.0mm ae=1.0DCX
Alloy steels
_ 80~ 1592 | 1910 38 [ 1,274 | 1,528 | 38 1061 | 1,273 | 38 | 796 | 1483 | 57
é?]/b;ﬁtﬁﬁl JM4160 130 0510 ve=100m/min fz=0.6mm/t ap=1.0mm ae=1.0DCX
- 150~ T 3183 | 3820 | 61 | 2547 | 3056 | 61 | 2122 | 2547 | 61 | 1,592 | 2865 | 92
200 ve=200m/min  fz=0.6mm/t ap=0.8mm ae=1.0DCX
180~ 2,860 | 4580 | 92 [ 2290 | 3670 | 92 1,900 | 7,600 | 342 [ 1,430 | 8580 | 515
S5tk JP4120 200 _ ’ _ _ _ _ . _ _ _
FC. FCD 0.8~2.0 ve=180m/min  fz=0.8mm/t ap=1.0mm ae=1.0DCX ve=180m/min fz=2.0mm/t ap=1.5mm ae=1.0DCX
Gkt (e GX2140 | 90~ e 1,430 | 2,200 [ 57 [ 1,150 | 1,840 | 58 960 | 3840 | 173 | 720 [ 4320 | 259
JS4045 150 ve=90m/min  fz=0.8mm/t ap=1.25mm a@e=1.0DCX ve=90m/min  fz=2.0mm/t ap=1.5mm ae=1.0DCX
AR 1600 | 950 19 [ 1270 ] 70 | 19 [ 1060 | 640 [ 19 | 70 [ 70 ] 28
(45~50HRC) JP4120 70~ 0.2~06 ve=100m/min  fz=0.3mm/t ap=1.0mm ae=1.0DCX
Hardened steels | JS4045 [ 120 e 1110 | 440 9 | 80 | 350 | 9 | 740 | 300 | 9 | 55 | 330 | 13
Pre-Hardened steels ve=70m/min _fz=0.2mm/t ap=1.0mm ae=1.0DCX
BMEE0~55HR0) | pgq05 | 70~ 1010 [ 440] 5 | 890 | 35 [ 5 | 740 [ 300 | 5 | 550 | 330 ] 7
Hardened steels 100 0.05~0.2 ve=70m/min fz=0.2mm/t ap=0.5mm ae=1.0DCX
BAAG5~60HRC) | jpa105 | 50~ R 790 [ 80 ] 1 | 630 | 60 | 1 | 530 [ 5 | 08| 400 [ 60 ] 1
Hardened steels 100 ve=50m/min  fz=0.05mm/t ap=0.5mm ae=1.0DCX
I Wb E tﬂgﬂﬁgﬁ —TLHDED ®50 (48 Flutes) ¢ B83(4HF Flutes) ¢80 (58 Flutes) ¢100(6#H Flutes)
Work material | <eoommended | speed f(mmit) B [E0EE | QfE | BEH [X0EE | QfE | BEE E0EE| o | BEH | XDEE| QfE
ve (m/min) Feed rate min-! mm/min_| cm3min min-! mm/min | cm3/min min-! mm/min_| cm3 /min min-! mm/min_| cm3¥/min
R % 180~ 0.6~1.5 1,150 | 6900 | 510 910 [ 5500 | 520 720 | 5400 | 650 570 | 5,130 770
(P00HBLLT) | ©X2140 | 200 c ve=180m/min_ fz=1.5mm/t ap=1.5mm ae=1.0DCX
General structural jg:ggg 0~ | o620 570 | 3420 | 257 | 455 | 2730 | 256 | 360 | 2700 | 325 | 290 | 2610 | 390
steel 150 ! . ve=90m/min  fz=1.5mm/t ap=1.5mm ae=1.0DCX
[ 180~ 1150 | 6900 | 510 | 910 [ 5500 | 520 | 720 [ 5400 | 650 | 570 | 5130 | 770
=k GX2140 200 06~15 ve=180m/min  fz=1.5mm/t ap=1.5mm ae=1.0DCX
(30HRCLLF) JS4045
Carbon sots. | JS4060 | 90~ 06-20 570 | 3420 | 257 | 455 | 2,730 | 258 | 360 | 2700 | 325 | 290 | 2,610 | 390
Alloy steels 150 ' : ve=90m/min  fz=1.5mm/t ap=1.5mm ae=1.0DCX
R 570 | 1,820 | 130 | 455 [ 1.450 | 140 [ 360 | 1,440 | 170 | 290 | 1,400 | 210
PN JP4120 | o0
o) jg:ggg 120 04~08 Ve=00mimin  fz=0.8mmAt ap=1.5mm ae=1.0DCX
Alloy steels
_ 80~ 637 | 1528 | 76 | 505 [ 1213 [ 76 | 398 | 1194 | 96 | 319 [ 1,146 | 115
AT VA Jmaeo |12 05~10 ve=100m/min  fz=0.6mm/t ap=1.0mm ae=1.0DCX
TSR 150~ >~ 1274 | 3056 | 122 | 1011 | 2426 | 122 | 796 | 2.388 | 153 | 637 | 2202 | 184
200 ve=200m/min  fz=0.6mm/t ap=0.8mm ae=1.0DCX
180~ 1,150 | 9,200 | 920 | 910 | 7,280 | 920 | 720 | 7,200 [ 1,150 | 570 | 6,840 | 1,370
?Cﬁ*FCD JP4120 | “5p9 0520 Ve=180m/min  fz=2.0mm/t ap=2.0mm ae=1.0DCX
Py GX2140 | g0~ o 570 | 4560 | 456 | 455 | 3640 | 459 | 360 | 3600 | 576 | 290 [ 3480 | 696
JS4045 150 ve=90m/min  fz=2.0mm/t ap=2.0mm ae=1.0DCX
AN 630 | 760 | 38 | 500 | 600 | 38 | 400 | 600 | 48 | 320 | 576 | 58
(45~50HRC) | JP4120 70~ 0.2~0.6 ve=100m/min  fz=0.3mm/t ap=1.0mm ae=1.0DCX
Hardened steels | JS4045 | 120 e 440 | 360 | 18 | 350 | 280 | 18 | 280 | 280 | 22 | 220 | 260 | 26
Pre-Hardened steels ve=70m/min  fz=0.2mm/t ap=1.0mm ae=1.0DCX
BEABE0~5HR) | paq0s | 70~ 440 [ 350 | 9 [ 350 | 280 | 9 [ 270 | 270 [ 11 | 220 | 260 | 13
Hardened steels 100 0.05~0.2 ve=70m/min  fz=0.2mm/t ap=0.5mm ae=1.0DCX
FMBB5~E0HR0) [ 50005 | 5O e 310 | 62 | 15 | 250 [ s0 | 15 | 200 [ 50 [ 20| 160 | 48 | 24
Hardened steels 100 ve=50m/min__fz=0.05mm/t ap=0.5mm_ae=1.0DCX
[x&] @ EY25—3VABT0P—/N\TERAOBR, BEDERHREBRICNIRHEREL TFEO NTRRCLVEBNESENZBE R, ae

1.YVAHRE (ap) EEF TS 2. —HDHBYDRY () EERTBHETRE TS,
@ COBENERHRBDEIRHEOERETITLOTY REONI TR NIAR. B, ERBHSICIVREEBELTTEO,
@ GXI—F4Y5 . ISTI—F1V I RBBRRYF LV Y —ILRBLELADTTERLIEZ L,
@ oI BE<ELIULTHHEENET . Lo T UK THAAHICEB TRIEMIHLE D1, YT TPICEBPU<FIREZIToTLEE . 7/ Tap
IFOEFHICR REV RV RRN—BRERRLET, AV V5V RCELBFrETMTRODY< FWRICE, +HT3TFETEL)
® BEANIORE. BAICTIRPU<THRETO. RELSE DT THILERBOSA AT BTLEBHHLILET .
©® BBV TR’ REULEREE DB ABEHIVEBBICA->TEBTEI/NIBUZ IO T, THEAICKRL T
€ORBICRENN—ZRTF REDHREOREREBAL T REVRRTHERTNBILEBROBLET.

@ 'fJﬂ’ I‘OQ@B §§)ig1jt\1@)§®f§mL.J:%E&YEE%H:L'C(T._EL\ RO
TBRK BAVIDAHRE
@ TAGBHDESBIE. REOBNHBY i TOTER L%L\T‘Fé(\ L\jﬂ:&l};ﬂum cutting

[Note] (‘D When using the BT30 arbor for modular mills, determine the cutting conditions using the standard cutting conditions table as a general guide.
If vibrations are a concern due to the cutting conditions, adjust conditions by 1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz). 2
(@ The cutting conditions in this catalog shown in the table above are reference cutting conditions, and should be adjusted according to the actual shape to be machined,

the machine used, and purpose for machining.

@ Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors. FIH
(@) Please use an air-blast to remove the thick and heavy swarf created by this tool, through spindle air is recommended if available. Pay particular attention for vertical operations. Main cutting edge
@ For man-less machining be sure to take care of swarf evacuation to create safe working conditions.
The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct safety cover is fitted around the machine, and necessary personal TE&DCX

protection equipment is worn by the machine operator.
(@ Ensure to index the insert at the correct time to ensure safety of the tool-body.
Ensure that the depth of cut is no greater than 2mm (Right figure).

m @ Due to fire risks do not use neat cutting oil as a coolant.

Tool dia.
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Cutting performance

%m L’Etwﬁuﬁﬁ *ﬁ‘ﬁ“*z . SSOC (220H B) Overhang and Application Area work material : S50C(220HB)

[ 220 ve=180m/min(n=2,860min") | ! ASRS0020 CEEM | ve=180m/min(n=2,200min") | 1 ASRS0025
vi=3,430mm/min (f;=0.6mm/1) (LR : 70mm) v=2,750mm/min (£=0.6mm/t)| (2L & : 70mm)

— ! . . | | | J Overhang OH : 70mm
§E2f-""- @ R §E2[ S R 4
=t 1 1 P 1 1
BKO &3
2% [ |ve=90m/min(n=1,450min"") e[| ve=90m/min(n=1,146min") ‘ ‘ ‘

g vi=3,000mm/min (fz=1.0mm/1) <l£ v=2,750mm/min (f=1.2mm/t) | | |
[
Sr-Al S T Tt -1 e S e S G &
l l | (=HLUE : 230mm) | l l
05— (CEEEEEEE EEEEEEE e 05f------- A Overhang OH - 230mm = A === == - - P ;
03f-----1 L [ 03— 5 ——— —
b-J EEEEEEES E EEEE EEEEEEEE ‘ ‘ ‘ ‘ ‘
5 ‘ ‘ i o ‘ ‘ ‘ ‘ 1
0 5 10 15 20(;#) 0 5 10 15 20 25(7%)
AR @e Width of Cut (mm) Full AR @e Width of Cut (mm) Full
IEEN [ v-180m/min(n=1,900min") | | ASRS4030 | CZEM | ve=180m/min(n=1,430min") | ASRS4040 o
v=5,700mm/min (f=1.5mm/t) | (RHLE : 70mm)" ] vi=6,400mm/min (f=1.5mm/t) (RHLE : 70mm)

_ ; 4| Overhang OH : 70mm | ; ; 4~ Overhang OH : 70mm
SEZ” ””””””” yTTTTTTTTTTooT Q=TT I §E2[-T o T O
i 1 1 ‘ o 1 im0 1
%e  [1ve=100m/min(n=1,064min") |===~~ ASRE4030° - we [ {7 (RMLE : 230mm)- -~ | R
e vi=4,000mm/min (f=1.9mm/1) (HLE : 230mm) | <ls ‘ 4 Overhang OH : 230mm |
BE1fp-mmmmmmm- RS TOvernang O - 230mim " BE1f-==--- q--=---- mem---- sREEE = --

! ! ! ve=100m/min (n=800min-") ! !
777777777777777 e EEEEE CEEEEEEEEE e - - vi=2,400mm/min (f=1.5mm/t) - - - - - -+ ---------f----
| | | | | | |
0 ‘ ‘ A 0 ‘ ‘ ‘ 1
0 0 20 30(#) 0 10 20 30 40(#)
E5AFHE ae width of Cut (mm) Full EAFHIE @e width of Cut (mm) Full
IEEM  [v-180m/min(n=1,150min) | ASR4050-4 B EEEN [ ve—180m/min(=900min) | 1
vi=6,900mm/min (=1.5mm/1) (SRHELE : 200mm) vi=5,400mm/min (f=1.5mm/1) . ASR5063-4 Lo
Overhang OH : 200mm . ' (RHELE : 200mm) !
SE2 |-z~ S 2ot it ST GE2 [~ s " -L
bt b ! !
I N e e o R 5 D
85 i ‘ | 5 i |
b | ASR4050-4 ‘ Rs ‘ !
Re1p---------- - - (FRHUE : 300mm) /- - - -F-------Ng{---- Bg}-- - PN EEEE e
'_"Overhang OH 300 ! !
vt 10m /mir:?;f;%()min_1)mm 1 05 ve=90m/min (n=455min') : ?;15823;43 Somm!
| ___|Vve= =700min*') | _____ S R 5F-1,= . 1 B /) - - - - g: mm):
vi=4,000mm/min (fz=1.4mm/1) i W2'730mm/mm‘(fz 1.5mm/t) | Overhang OH : 350mm"
‘
0 ‘ ‘ ‘ o ‘ ‘ ‘
0 125 25 375 50(#) 0 20 40 60 63(%)
YHAFE @e Width of Cut (mm) Full YAFE ae width of Cut (mm) Full
CELN | ve=180m/min(n=720min) | ASR5080-5
v=5,400mm/min (f=1.5mm/1), (RELE : 200mm)
T T 4 Overhang OH : 200mm
& 2f--T Coo T i CoooT T -
N | | ASR5080-5 |
e e L (RHLE : 400mm) - - - -} -
% 2 - )1 Overhang OH : 400mm i
Rl s imm----oe= T e o B
ve=90m/min (n=360min"") ! !
F - | vi=4,000mm/min (=2.2mm/t)f - ----- - P 1
| | | |
0 ‘ ‘ ‘ d
0 20 40 60 80(i&)
YHAFE ae width of Cut (mm) Full
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Cutting performance

( IL—hB17 )

Breaker type

C

R )

Standard shape

Va3

EEHR

Low resistance

SE1HER

First recommendation

( OFR21T )

Convex shape type

» O

[REEe

Strong toughness for interrupt cutting

O lfﬁﬁfﬂﬁlliﬂf\rﬂlﬁ?llf'f“/ﬂ'—b Convex shape type insert for interrupt cutting

01 q% E Features
@ Y- LELEZMFERICLIEEBRAZKEESET. Hift [

MIICENTHFYELTTEEEIMIIZENTEETT,
« It is possible to cut stably under interrupt cutting condition by insert with large included
angle.

BIEF v EY I HRELBVERNTOSLERTHRERE ! » HenUP!

Especially for interrupt cutting !

FEBRAQ)X ]

Large Included Angle (a)

Increase tool life !!

02 E‘ﬁﬁﬂ]ﬁ“ﬁﬁ% High Performance for interrupt cutting

WE'IJ%'# Cutting conditions

#w® H % wokmaweia : SCM440(HRC30)

1§ Fﬁ I Ez Tools ASRmBO

t)J ‘ﬁu E fg Cutting speed ve=1 80m/min(1,146min")
1 }’J 0) % D Feedrateperﬂute:fZ:1 5mm/t(1$517~]t7JﬁlJ)
iﬁiﬁlﬁltﬂﬂaf Axial cutting depth - ap=1 .Omm Sigl-fute cuing
?%7‘5@5]5&37‘ Radial cuting depth « ae=33mm

t] Bl & &l con  :Dry Down-Cut

8 Hole Dia.

RERR

Standard shape

\)
O @iz

Convex shape

L=17m(9min)

BRI TIc&aEIEIc BT,
FARDHRIC KD EERARD
WFvEYTHESEN

5 times as tough as standard shape under
heavy interrupt cutting !

L=21m(12min)

1
0 50
UJﬁUE( 1 7F$Z39t7]‘ﬁ']) Cutting Length (Single-flute Cutting)

O 1E*Eﬁ7l/—ﬂfq’fyﬂ— I‘ Insert with breaker for low resistance

01 ﬁ E Features
® TThikEF ERIMZRBFEAEERTL—HEAICIIEXIMTICEWTEREYIEINFIEETT,

- It is possible to do high feed cutting by insert breaker with sharp and high rigidity cutting edge.

OI/L—YER. E—bhISYIICKDERICEDES.

I

OiEF LT DEE.
FHinUP!

Increase tool life !!

4l

O RH$HE~HHI+ DI T,
+ For continuous cutting.

* For crater wear and heat crack.
- From free cutting steel to difficult-to-cut material.




02 ﬂ] ﬁ'ﬁﬁﬁ (3%7:’) Cutting force (three forces)
FREERAR stancers srape fé’ﬁ.’fﬁ?) 1.817N(165kgf) Z ¥ B % # cCutting conditions
_ X,S,fcﬁ,’g?ce 3,067N(313kef) W Hl M wokmae 1 S50C(220HB)
) Z(ER7) 1,764N(180kef) AL E o : ASR@60
\ Esjuzlltant o ) 53.891N(397kef) ] Bl R E cutingspees - ve=150m/min(796min")
] ')IJ 0) % D Feed rate per flute . fZ=] Omm/t(]*ﬂﬂﬂ]ﬁ“)
) s, Single-flute cutting
U= winoreaier | X GEYUAD) 1.548N(158kef) BHSTILIAD ntcumgseon - ap=1.5mm
[ . yéiﬂ?fj) 2,744N(280kef) @ﬁlﬁltﬂﬂaf Radial cutting depth - ae=40mm
:Principal force ' " 5 .
) Z(#&E3N) 1.470N(150kgf) t0 Bl 38 Al colw  :Dry Down-Cut
:Back force
g ) sa7oneassken | 10%
esultant force DOWN
03 %ﬁliiﬁé (J-_-lj-_Tz I‘J%E%) Field Data (User Test Results)

A P —Mk WA {EFZR Cutting conditions

. +
No | TEEDCX| 1—Y—% SR Work vem/min | vf mm/min | apxae L e
. —E . Result
Tool dia User I;(s,:r:jiterr':goi material | (min) | fz(mm/t) | mm esu
Kit | OFZR convex shape 188 7,000 R RIFARE TRIB OFRA V¥ — NS EBER.
1 50 Company K EDNW1 5T4TN—1 SZ FCD450 (1 ,200) (1 94) 1 5X35 A conventional product was chipped after 4 hours.The convex shaped insert wore normally.
) Wit | ZL—h ereser 12crt | 90 | 1100 |, | TU—hOBRICEVIERI S DEIE R
CompanyWw | EDMT15T4TN-15 12 Cr material (455) (0.6) p= 1. Breaker effect reduced resistance to provide good cutting.
3 T+t 2R convex shape P20 90 4,000 a0=1 ERDOFB2BIA L.
Company T EDNW1 5T4TN—1 52 (455) (2.22) P Tool life was more than 2 times as long.
—1 63
4 Rtt 1ZEHERZIR standard shape P21 97 1,060 ap=1 RERBOFE®.568,
CompanyR | EDNW15T4TN-15 (40HRC)| (490) (0.54) P Tool life was 1.5 times as long.
5 Rit | BER sandardshape | SKD61 120 364 ao=1 | OB, SHDA.EDHaEMN.
Company R | EDEW15T4TN-15 (47HRC) (606) (01 5) P 9 hours of machining. Achieved 4.5 times the tool life of a Company S product.
6 T4t TEHERZIR standard shape S55C 140 3,200 ar=1 ABFRINTLVBmax=0.16mm. i BRI AL,
Company T EDNW1 5T4TN—1 5 (560) (1 1 4) P After 4 hours of machining, VBmax was 0.16mm. Can be used for intermittent machining.
— 80
7 Fit | ©FZIR convex shape SKD11 100 3,600 |, 5x40 MERGIFEVABBTRIF OFERA % —Mav=3,600mm/minTREM Lo
company F [ EDNW15T4TN-15Z |(30HRC)| (400) | (1.8) |~ providod Siabie machiing at Vi3 S00mmn. 1 ot The convex shaped insert

777 BEDS Y7 AZIVASRER. EEDYHIICKDEERINTZ CRRFHULE T,

Introducing the Super Radius Mill ASR. High-feed, high-efficiency processing capability is in your hands.

1,000
— r =eb33z =18

£ [ SEeEIN T CeEs= M
£ 500 Proposal for high-efficiency processing
£ 400

3

$ 300

&

o 200

£

3 e 777 @R SI TP RAZ))

= PR E [CRDMISRMG

> [ Conventional Cutting conditions by ASR
X 50
1 40
i 10 f
S 1 | | | | | | |

(0] 0.5 1 1.5 2 25 3 35

1 AHDDEDE fZ Feed rate(mmit)
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Cutting performance

(o] ##E&J: U‘Fﬁ i%. Features and Uses

0 1 _I%_ ﬁ%’gﬂﬂ I& ; EE Lf:;ﬂﬁ 0) R:If” ﬁ? Specialized R-cutting edge for high-efficiency processing

@ HEA Y —MIENPhIREEES
LRELFERE (k,0n) 2R ETHE

IS IMThOEZESHEDEL. &
fa—E CEXUYIRIDFIREEBUE T, FAHE ap
Cutting edge angle
+ By shortening the cutting edge length compared to ¢
round-insert and setting it at an ideal angle («,’n), cut < X
deflection during processing is reduced, stabilizing the K ——x
load and making high-feed cutting possible. f Y \]
Gn
REHINS o] !
A Inside cutting edge  £]J1 K % K
Cuttingedge —————— |

0 2 iﬁ% IEIIZI 5:/7 ZE}I' ‘: ttﬁ l/ Y 2~5ﬁ'=z o) ﬁ%$ 7 b 70”‘\ﬂ ﬁlé 2~5 Times increased efficiency compared to conventional radius mills

@ FHVUMI (EEHULEIDCXE E) ICHEWT RERBICIEBUA~5E, LEBAEVLINT (BEHULE3DCXELTF)
TH.2~3EDEEERT Y THRNET,

+ 4~5 times increased efficiency for deep milling (overhang length 3DCX or more), 2~3 times increased efficiency even for shallow milling (overhang length 3DCX or less).

’ ?EEIH‘JSSOC (220H B) DB work material:Example of S50C ( 220HB) ‘

|
|
1513 posssssoosssos cosonoos Jesmssssssonsss
|
|
|
|

777 EDSITAZ) \
800 | -- - Super Radius Mill AGRE0Q80-5 -| f=ommst ~ |-=--mmmmmmmmAmm e BT
(#80)
— |
MIEE ) 7107 BEDSIPS) 1 Rt LR
Ty Super Radius Mill g n=720min"- Overhang
- CEERERE ---ASR5063-4 ----- e f=1 smmt Tt
Improygd apXae=1.5x65mm
machining ((Z) 63) 'h=900min-1
efficiency n=900min-1 ‘

fz=1.5mm/t

- -

apXae=1x50mm

|
i I | W I U n=360min-1 -
’, _‘ . fz=2.2mm/t
1%5'%7 IV A=) n=455min-1 ‘\aw(asiX\GBmm

Conventional Radius Mill < fz=1.5mm/t

YIK THRHE (BEX)

Swarf Amount (cm3/min) (Efficiency)

apXae=1.5X50mm
200 IV - - T ( n=455min-1

i ‘ SYPRIETUD f=1.5mm/t
Fe4 UYIHIARETAE apXae=1X50mm

<
With radius, chatt?ring occurs
and cutting is not}possible.\ = o

|

| |

| |

| |
250 300 350 400
ZHURE Overhang Length (mm)

03 %L*.U T?Jl] IT% i —d— Possible high feed processing.

O EER EYAATIIORIE : fz&5EFL EIC7y7 U . &XU THEVECIAETY,
$AYNE : fz=0.6~3.5mm/t (B5E% Nl : fz=0.8~4mm/t)

+ The contoured, low-cut structure increases feed amount per tooth : fz by 5 times or more for high-feed performance.
Steel cutting : fz = 0.6~3.5mm/t (Cast iron cutting : fz = 0.8~4mm/t)

’ ﬁﬂﬂ]éﬂﬁﬂ)ﬂ]('&'ﬁé&c‘:i% Shape and Weight of Steel Chip

il

fz=0.4.0.29g =0.8.0.59g fz=1.5.1.108 fz=2.1.478 fz=3.2.218 z=3.5.2.588




04 g <0)ﬂ] <T!’3F H:ll b‘i,l- ﬁlé Efficient chip removal

@ CERAINIMIEEPY —IVNZIPEETIIT BABFELYOUKTHIHEIR. TEXNE 63U L TIIHHY)
HI7T600cm3/minkl L #58% ) EIT1,000cm3/minEl L& FIBETY,
- With compatible processing machinery and tool path, metal removal rate can be as much as 600cm3/min or more for steel milling, and 1,000cm3/min or more
for cast iron milling when cutting Dia. of 63 or more is used.

05 Iﬂ%ﬂibﬁéﬂ‘*%(f'ﬁ\ f:bﬁ@ib(:(b‘ﬂﬁ? Bend-proof insert shape even with long overhang length
@ H3HXN (XYFHE) I TAERPAVAILGRIERLNIVOERFABBE HHKOIFICE>TOET,

- With horizontal (XY plane) processing, radial force is kept at a level equal to that of slant milling and helical milling, for a bend- proof insert performance.

’ 3‘53’73@]#”&%/5“%@] Measurement example for 3 force components of cutting resistance ‘

) Bl % Cutting conditons 7
ZILT7 @EDSITXZ)LP8OX5HH
Super Radius Mill $80x5 flutes
(ASR5080-5)
Ve=180m/min(n=720min")
Vf=1,500mm/min

fz=0.42mm/t (11'.';]';3?ng)
apXae=1.5xX60mm ‘
IOyt RSAHHE|

down cut, dry cutting

Z®(E9D7)

radial force

~ 7 (202kef) §

Lo -z

06 g'f l/7 I‘ ‘: EB ") il]ﬁ]l] I '.E) E.I.ﬁg Processing by direct milling possible

BLTHEALIMIBUR BT A FTRETY

+ Although Ramp angle is limited due to cutting edge design, direct milling is possible without pre-cutting with Ramping and helical milling methods like next pictures.

{EFIFAO Ramp angle ‘ ANUAJLNE ‘
Helical hole dia.
_— ) | |
-—__ i 1
| o T
{EFILIEI Ramping ’\UjJ)btj‘éU‘I;elical milling
(mm)
T E&RDCX Tool dia. @20 ®25 30 32 40 50 ¢60 63 ®80 100
BRAMERIEO Maximum ramp angle 2° 2° 3° 2.5° 2° 1.5° 1° 1° 0.5° 0.5°
ANUAJVTUR Helical hole dia.| 27~38 | 37~48 | 38~58 | 42~62 | 58~78 | 78~98 | 98~118 |101~124|136~158|176~198

[(FE] OERAE 6 3 LREBEEBARVRICRELTTEV, 0.5 U T TOEAEHELE T OQRNEDN LRBBEUTORERTREBGIFTHILTIIEEL,
[Note] (WThe ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 0.5° or less is recommended.
(@For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.



IR BE

Cutting performance

0 7 7°D 7§L\J:0)” ﬁﬁ?ﬁﬁ%ﬁiﬁ To define cutting edge shape for programming

® TERUMIEE. SY7AIN.TATIIJRRI) ELTITYyMThIETRDOA Y —FRBIDHIIFZUETH
I TEEY,

+ By inputting Radius Mill programming R (R3), insert R cutting remains cutting as shown below is possible for roughing procedures.

’ 1% —r3F) %ﬁ;&mﬁ Insert shape rough sketch ‘

5 5
Y]
= 3
(S\ ;X
WX}
56

X HIDERUE

Remains

10° 10°
. fos 94 | \S{ Teo
k 7.7 P k
< '&o
N ED WS TOTN-15 EDI W T TN-10
J075=/7R | R3 BIDFELE X=190.6mm BIDFELE X=1I0.5mm
' (R15 : Z2EHUEEDCXLUTA) (R10 : BEHUEBA~ 5DCXIUER)

Remains x = approx. 0.6mm Remains x = approx. 0.5mm
R15 : Overhang 5DCX or less recommended R10 : Overhang 4~5DCX or more recommended

) ié'] 7_"—"}' Performance Data

Ve- LR (BIHIIRE : Ve TEFHdn : LORR) Ve-L Line Graph (Relationship between Cutting Speed : Ve and Cutting Length : L)

E 400 [g---mmrmmr i R R Rt R
% ; | | ! | ®80X1NTICKZS50CETH! ; :
§ 800 [~ >l -1~~~ 1-| Milling of S50C with #80 X INT |------—--—- e i e
2 ! ! ‘ ! ! ! ! !
T 200 | e e e SRS O S ECSE SEe
3 : : : : : ! —— :
L ‘ : : : : : : :
L o S o e
:‘! ' ' ' ' ; ' ; ;
I 06 15 }
= 0

(0] 10 20 30 40 50 60

EJHIR L cutting Length L (m)

’ AUDIVINIEFRESEND  ERER:IFEM.C15KW #H14#4:S50C (220HB) Helical Cutting and Required Power Machine: Vertical type M.C15KW work material: S50C (220HB) ‘

BERZD INT General Boring BOLIFINT Expansion Boring

TE Tool :ASR¢p32(ASRL4032) TE Tool :ASR@p50(ASRL5050)
Ve=93m/min. fz=1.5mm/t Ve=141m/min. z=1.5mm/t
I 77—7J0O— Air-blow ae=5mm,T7—2J0O— Air-blow
ZHUE Overhang :130mm ZZHUE Overhang :150mm
O0-RX—% Load Meter O-RX—% Load Meter

ANUAILEYF=1.0mm 35%(5.3kw) ANUAILEYF=1.0mm 25%(3.8kw)
Herical Pitch 1.5mm 45%(6.8kw) Herical Pitch 1.5mm 35%(5.3kw)

2.0mm 85%(12.8kw) 2.0mm 45%(6.8kw)

2.5mm 80%/(12kw)



EEFFES(I——TFT ANGER)

Field Data(User Test Results)

ASR5063-4 {EFH,.%H: Cutting conditions ﬁ % Result

?‘& %U *ZT Work material FCZ5O IE?’EH:‘J b§é400ﬂ\1ﬂ]@?ﬁ;ﬁt\v—bo)ml—diﬁ}f_%l
AT 8 wos :ASR5063-4 BDSIPRINVEOOUDNKES KBNARS 45

IS TEFARIVA Holder 'BT50-22.225-350-63| IV THTLTOCA ASROERICK>TT =T )by

S FERA Y —F insen :EDNW15T4TN-15 5,000mm/min, tI< g HEHE480cm3/minE ek T E

g O & # Rotation speed :n=540min~" 0)51%0)ﬁg$(\:.fd:'3f:o
D Bl 3R E cutting speed ve=107m/min For cutting with the work whose protrusion length is 400mm, the
E YK E Feedrate 1vi=5,000mm/min radius mill of the conventional tool gives too large vibration to cut

ML) TYSEL - it so that a high sloughing mill should be used. But introducing
% ;ﬂ?gé[‘])t@fai Fe_Ed rate_ perfiute :fz _22.3mm/t the ASR has provided the table feed of 5,000mm/min and metal
/275 ° )J\ Aial outing depth - @p=C MM removal rate of 480cm*mim, which is 5 times as efficient as the
BHAEBAH Radial cutting depth :ae=48mm conventional tool.
ASR4032 {2 cutting conditions B R Result
Bl e OGNS RERBEMIR—> S TLTO AR NE T A8 E
= Tools . o — p
BRI o 8140 BRI T ASRA R LIS, M TH 305 /7 & iR
p R Y~ nsen :EDNW13T4TN-10 D2EDRERES D1,
»55 B & # Rotation speed :n=1,790min~" . ) . ) . o

1 8l 3R & cutting speed ‘ve=180m/min Using the ASR on multitasking machine for drilling an inside

Dy FURE “vi=3.580mm/mi diameter that was made by boring process with conventional
B o IE % Feedrate vi=3g,000mm/min lathe machine resulted in the working time of 39 seconds, twice

15mm 1 RBUDEY Feed rate per fite  -fz=1.0mm/t as efficient as before.

BHBIYLAH Axial cutting depth -@p=0.5mm
1%75@@]5&‘7} Radial cutting depth :ae=32mm

w 5S4 Cutting conditions
No | T8EDcx | 21—~ | (vy-tum| EHH : : ZiHUETM % 2
Tool dia. User Grade | material Kc(nn;/n"}')” \;sznTn/er)m apxae:mm | Overhang Result
T#t P4O#11E 180 4,500 RERRBICHENT2BDOREE®.
1 32 Company T P40 $45C (1800) (1.25) 1.0x22 100 2X the tool life of conventional products.
7o ~ ROJAST- 7=\, DJAES 137
s P30#i1E 94 3,000 RE200mmEL E B0 T A TR >, TBEE 30T,
2 5 Comp*ainy s P30 SKD61 (600) (.67 0.5x40 300 /;;\cl:ggig?eh ir;?;rcvaitl:]ytﬁirgr{‘ggﬁlng at depths greater than 200mm is not
3 Sit P1042%& | SKD61 90 1,900 1.0x25 100 ERBIYRTDRLREG,
Company S P10 (47HRC) | (570) “a1.1 . Long tool life with less chipping than conventional products.
R#t P104#45& | SKD61 75 2,500 ERBFIYRTDBRLIESSR,
4 63 Company R P10 (45HRC) | (380) 1.6) 0.8x42 180 Long tool life with less chipping than conventional products.
Axt P3041iE " 4,000 1 265RH'3. 485 R 5aHE.
5 - Company A P30 P20 90~120 1.7 1.5%54 300 Good. 12 hours of work reduced to 3.4 hours.
6 Yit P40IRE SCM 240 4,000 0.8X25 100 RERRBICHENT . 5BORFED.
Company Y P40 (30HRC) (955) (0.8) . 1.5X the tool life of conventional products.

EE&E*”" Igﬁ“ Example of Super High efficient Machining

ASRS5063-4(@B3XANT) | D<THEE wormosw : 625cm?/min & F Resul

BRA Y —h nser :EDNW1ST4TN-15 | 500mtDMIL. 3k BEEREV Bmax=0.276mm., B3,
%BZ%UMSSSC Work material & A % W Machine T M.C (22KW) Flank Wear: VBmax=0.276mm after 500m cutting. Superior.
IE‘;D{%&LJZA'O”"“ <}J&_\>\\5/r \/CkU) 193 %’U E Jﬁ Cutting speed - ve=165m/min . }ies

Overhang of the tool : , B 8 3 Rottonspees - n=834min"!
Zégmm(measured friT_ th gaugt.e‘ Ime) % ) E Jg Cutting speed - vi=10m/min

¢ dic TRHEYUDIREY  Feedratepere - =3mm/t
75 B DA B Axial cuting depth = @p=1.25mm
BRABEEDAB Radal cuting depth - 2e=50mMm
) Al B &l coolant :g= Dry

IKTHLEE  metal removal rate = 7500m3/min ﬁél: % Result
RV Y —b msen  TEDNWISTATN-15 | 00mtDiIL. 23 EAEREV Bmax=0.432mm. E243.
{ﬁ }Eﬁ %@ m Machine :M.C (ZZKW) Flank Wear: VBmax=0.432mm after 400m cutting. Superior.

t) Hl & E cutingspeed - ve=165m/min
@ B B Rotation speed - N=834min-"
#* U R E cutingspeed - vi=12m/min
1RHYUDIRY  Feedrateperie - Fz=3.6mm/t
B B EDA P Axial cutting depth - @p=1.25mm
R EEDA P Radal cuting depth - @e=50mm
fz=3mm/t fz=3.6mm/t ) Hl S8 & coolant 1% Dry




MOLDINO

The Edge To Innovation

K. REDT—FIFHABRIERD—FITHD (RIAHMETIEHB D FH A
MoLDINO | It MOLDINODERHEIECTY,

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) TE&5—Z (1R8) PSBUHTIRIE. BTADETHZVERFORENELTERELAVE
A RHETEBEHRBEOLET,

(2) 14—ty L TERBICZHERT 21548 1. TN UERF CEEMNAEVIIISERL T,

2. RFIRFOTER

() ZEBICH /ST ALY = DLy T AL T BRERICAT o TV EE T —NEADRFFHIEEIC
FToTLEE,

(2) f{iﬁﬁqﬂ:\ RELRBENRELBE R ESICEHE LS T ZORBDOERERRNT

7280,
3. ERALDIER

(1) YIHI T BB 3K OHE - BEEDHREIE, HSHUHHERBL THUL TS,

(2) AR SRR OBUE L FILWMEEDIL EIFDOBREL TTHBLZEV TIAZH AZVEE
{EREEOBINMAD /NSNS E HB IR T OMRICISU TEIHISE %8 E (S RBL TTER
{EEL,

(B) 1Y —NIBHEDMFITY . TEATICIKIBL TRET 35 EVBVET, £o YIKTHRET
BZENBNET CNODREMF IIFEEENHFI ¢, XEHZVRBICA-TAFSEIBIY
HUETOT, TREZHERABRZOABICERIN—EMT ), REDP DZEOREELEERL
TRELBBET COMEEEBREOVELET,

B PBRDOBROBDEZAHTIHEARLLEVNTLES L,
- AAGEMEIHIEIE, KK DBAD HNET D TERLENTIEE,

(4) TEEAROBHLISHAERLAY. BEELAWLEVTES N,

4. TEICEALT. R LOMES - RAD S - TOMTHERS HUELIS| 7U—5 1 Y IVETER |~

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.

2t MOLDINO

MOLDINO Tool Engineering, Ltd.
A%t T130-0026 REHBEHXMEL-31-11 (E1—UvIEELE)LSkE)

@ 03-6890-5101 FAX 03-6890-5134

International Sales Dept.: @& +81-3-6890-5103 FAX +81-3-6890-5128

R—LN— TU—51 1 ILEiEEE

http://www.moldino.com =a0120 -‘i 341 56
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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