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Castirons  Carbon steels  Stainless steels Pre-hardened steels Hardened steels Hardened steels
Alloy steels 45-55HRC 55-62HRC

O ﬁEZ‘LU‘Fﬁ i% Features and Applications
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* AHU has the outstanding sharpness and toughness.
+ Evolved into the multi-function tool in which a ramping operation is possible.
- Enlarging the range of applications. Especially, AHU is suitable for turbine-blade machining.

wnﬂﬁl\'lCJ:DE:JU —7(’&5477'97 Itis lineup about two series by cutting edge length.
l:I:EféH’\JtJJ Dﬂa%@@u‘ﬂmi«%ﬁ”@gﬂg‘fj’ Multi-flute type for low depth of cut.

AHU(L) 108 type

AHU(L) 15’}? type 5%*;7] Dﬂa%ﬂﬁﬁﬂ%lﬁﬂﬁﬁ47 High rigidity type for high depth of cut.

N U—FAFIC K DEIHIEIN T .
Cutting force is reduced by high rake geometry.

EFIHINEIEE TS .

Ramping operation is possible.

FASEEER &Ry MZIRDORE(EIC K DT
FmlCHER30%/IET7 v TUE Ulc,

30% increased rigidity compared with conventional by
using special steel and chip pocket geometory.
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39?%(3: +1 mmw ) 5 Coolant through is available.
HBEF —IN—Y 1 XmBREE.
9;:;%?12: +1mm type is standardized AR A 2 U — MIREIC £ D =S58, FiR)
I | BIHTETRETT
o Increasing tool life and suitable for high speed cutting by
(Al WES AHUL1021R-3 / new substrate and coating.
Repartory AHUL1026R-3

47U_ hmEL‘ﬁlj Recommended grades map

BRSNS P 4| SN
Low cutting force edge shape Tough cutting edge shape
(ELlay N R R V\ r\
WRETAZAR N ] e e .
Insert Jp—TITvI RISYREERIA) RISYR(FRIA) NA pFr Al
cross-section Sharp edge Positive land (Large rake) Positive land (Small rake) General purpose Tough cutting edge
FAFE B5/B71Z C5/C7¥ FWTE., FF 2, €k & TFWHE
FA type B5/B7 type C5/C7 type FW type, FF type, Conventional TFW type
. _ ATV LRSRR P AL e . SREZYDHL,
Fi% PVSNIA  z5vee NESNWHSS| NESWHSS RATL— Sl
Application Aluminum use Stainless steel materials Stainless steel materials General Breaker Forged surface cutting;
Titanium alloy, Nickel-based alloy Nickel-based alloy Strong intermittent cutting
PRFRE i
5425 - - JP4120 N s JS4060
Mild steels, Carbon steels
Alloy steels, Die steels
TUIN—R4f
(30~40HRC) - - - JP4120 JP4120
Pre-hardened steels
ATV AE _ JM4160(Wet)
X7 AH JPA120(pH L) GX2160(Dry) JM4160(PTH30E) JM4160
%%aggmns - - - PTH135(JP41 20) —
PIL=ZOLESE WH10 _ _ HD7010 _
Aluminum alloys = SD5010 (WUE:?L@%&%’% Casta\uminumal\ﬂymaten‘a\)
FEYVER _ _ —
TitaniumEaIIons JP4120 PTH30E
NiEBMEASE _ (JM4160) JP4120 _ —
Nickel-based alloys (STM}E ST treatment) (AGﬂi@ AG treatment)
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New inserts are added for difficult-to-cut materials.
Newly appear two kind of breakers

B5/B7f: 7L —H ERAl i Ml C5/C7R: T —h LAy
B5/B7 type breaker High-rake low-cutting force breaker C5/C7 type breaker Mildly-raked low-cutting-force breaker

AT VVAERME. FYVER. ZyTIVEGEONIEIT ATUVUAERME. ZyvTILESEOINTIET
For cutting of stainless steel materials, machining of titanium alloys, and cutting For machining of stainless steel materials and machining of nickel-based
of nickel-based alloys. alloys.
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* Achieved low cutting force by larger axial rake angle * The cutting flute length is shortened to suppress chattering
vibrations during slotting, etc.

WERA Y —h:15E #$7L—% B/CH: 18
Conventional Insert : 15 degrets APMX=5mm
A ; APMX=7mm

10Type DA, APMX=5mm &IEbFE T,
For 10 type, APMX=5mm.

B5/C5.B7/C7 JU—HZTERDBEF RAVAHAPMXIC
HHDHOET . MIFHZEHSH UHTHEERD LTERLIEEL,

When using B5/C5 or B7/C7 breakers, there are restrictions on APMX. Please
use after checking machining conditions beforehand.

(o] fﬂﬁﬂ?ﬁﬁ@kkﬁfi Comparison of cutting force
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#IL—h W X&) X axis 25 /0 ; !

BS/B7# ‘ Y8 Y axis Cutting force is reduced

gg;ﬂé ;)réz:)l;er Z#f Z axis by 25% compared

B77 Resultant force to conventional
0 100 200 300 400 breakers!

IBIIEHT Cutting force (kgf)

O AJa—F1vT) _10)4#5 Features of AJ Coating series Eﬁyg‘wﬁ‘ﬂﬁ ﬁcd d—F4V5
ayer structure Oating
@ EREL D BHAIZHEEZIEN U MR DAITINRERZ A, ]
© MEEFEN - MFvEV IS RUTHEMEICEND! KE#EE Coating structure fiaE T - EER

-1 TRE
Welding-resistant
low-cutting-force Coating
surface layer

+ Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers.
+ Excellent wear resistance, chipping resistance, and heat resistance!

o *ﬁ?if'ﬁ" New technology!!
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® MAELICENERENROI—T VY RREERA . W BB MER g7
lJt)J ﬁu }&*ﬁ b‘{&?' resistance and

chipping resistance

+ 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. FBEERH caride
This reduces welding to the work and decreases cutting force!
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Technology

PVD Technology 7U/\—|\“\/'iﬁlnﬁ|ﬂbulﬁﬁﬁ'iﬁ L.J P4 -| 2 O

Grade for machining pre-hardened or hardened materials
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HERE Conventional
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Flank wear VBmax (mm)
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- Employs a fine carbide substrate with an excellent balance between wear resistance and toughness and the new "AJ
Coating" to provide improved wear resistance and chipping resistance.

o

+ Highly versatile with excellent wear resistance and chipping resistance when machining steel materials with hardnesses of 30 to 0 10 20 30 40
50 HRC. ENHIBERE Cutting length (M)
48 = . .
O BEDE strongfields T—7 work materia : P21(40HRC)
fERATE 10 : AHU1532R-3
® 30~50HRCOTY/\—Ril- EANFDUIRINMNTICHEVTENEI4REZFRELE T, ;J;“z;h et * JDMT150508R
® HHUIRDYA HZANELBFONHFEILRRT VLR, H EFNTICBVTHENITHE R s ot
FHZERBLEI, apXae=3x10mm. AT oy
- Exhibits excellent cutting performance when machining pre-hardened or hardened steel with hardnesses of 30 to 50 HRC. E—FINIT single-flute cutting
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steel or precipitation-hardened stainless steels, or
for finishing.

P Temoosy X7 YUZBRIRNIEHE  NMA ] B0

Grade for machining stainless-steel materials
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JM4160

KIS ERERE
Flank wear VBmax (mm)
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0
- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and 0 2 a4 6 8
chipping resistance when machining stainless-steel materials. HIHIRERE cutting length (M)
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when
machining stainless steel materials. D=7 work material - SUS630 (35HRC)
fERATE o0 : AHU1532R-3
¢8 = Y- it
o 1% ,ﬁ\ﬁ¥§ Strong fields AVY—b insert : JDMT150508R

IHIZRAE cutting conditions ©
ve=120m/min. z=0.12mm/t

( J 17_'Jblﬁﬁ%ﬁﬂoJﬂﬂIiﬂﬁlCBL\—CE%ﬁiﬁifﬁbiio apXae=3X5mm. BT ory
- Provides long tool life for general processing of stainless-steel materials BE—INIT single-flute cutting

PVD Technology ﬁ[ﬁ-ﬂ’iﬂﬂl% *j%é J S 4 O 4 5

General purpose for steel

O 1R Features REQHE#E JSa—545

Layer structure JS Coatin
@ MM ICENT I—5 4 VI EDIRAICED. BEERNTCRET 2oL —IERER )

;]Ezbaf By = B BRHEE Coating structure e ICBh -
=° o et s _ = - - ity
O it DB BB DIRAICLD. BEROETHMERUIESSICEBNET. R T
@ HHIEHINIICHSVLWTRERIRINE T, i
+ JS4045 adopts heat resistant layer, reduces the crater wear by high-speed cutting. i L e L m*l@_ﬁﬁ(:j%ﬂf:
+ JS4045 adopts heat resistant substrate, reduces the wear and improves tool life. aA—F4>7
* Improves tool life on dry cutting. Wear resistant layer
o i‘% §ﬁ25 Strong fields g;ggﬁhf:
. SS*Z\ SC*Z\ SCM*ZHEODSSHRC*iﬁoﬁﬁ’vg%ﬁﬁbuIiT@%ﬁbqu Heat resistant substrate
+ continuous and light interrupted cutting of less than 35HRC dry cutting. BEBH Canide

CVD Technology AT VUASAMHAMIAME GX 2160

Grade for processing stainless-steel materials

O HBER Features REQOHE GXa—F 5

Layer structure GX Coating
© SRR A MM LRSS T BT T MBS ELE LT, " e MMz et

1=
Coating structure Smooth surface and thick layer

T A - TS o
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Improved welding resistance and heat resistance

* Increasing the fineness of the membrane's columnar structure improves wear resistance.

O i‘%%’fﬁg§ Strong fields
@ MEMICENZCVDI—T VI DIRAICKD., MEFMZREL. ATV VAR
BOEXINILICBVWTESERELDFTD,

+ Adopt CVD coating with excellent heat resistance improves wear resistance and provides long life when dry-cutting
stainless steel materials.

P N—NRT7IVIFHBER
New anchor-effect alumina bonding layer

TIIFEOEEMLSE

=
improved adhesion to aluminium oxide layer

B LA AR A AR

Hard layer with fine columnar structure

M EERENE - Mg 7 > it

Improved wear resistance and chipping resistance

SREERATE R

Tough substrate

BEUE- i F o Tt E

Carbide Improved high toughtness.thermal chipping resistance
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Line Up

CHIEFHADZE T . Numeric figure in a circle

=J'\7-Jgg'f7 Shank type AHU (L) ‘ "

of  f o
OI# ,,,,,,,,,,, 13| o L O =
a o o o - g
+ [B 8 4 [© 1=.8
APX| ‘ APIEY ‘
\ ~—'LH LS ~—'LH LS
§\. : LF : LF
‘4 A’)"*f j(—ﬂ;ﬁg Standard type) Bg’( 7(779—j3‘y|‘ﬁ2 Undercut type)
Bmd—R ERE| N & Size(mm) Rl EREAVY—b | FRIGEHEEE)
Iltem code stock| ¥4 DC LE | APMX!| LH LS |DCONMS |Shape Inserts Suggested retail price (¥)
AHU1016R-2 16 100 30 70 16 JDMT1003: 3 35,780
AHU1020R-3 20 110 30 80 20 JDMT100 ) 44,120
s | AHU1025R-4 25 | 120 | 2).| 35 | 85 | 25 JOMT1003: 51,390
# | AHU1030R-5 30 120 45 75 32 JDET1003: > )R-FF 59,600
Z |_AHU1032R-5 32 130 45 85 32 JDET100304R-FA 62,890
AHU1525R-2 25 125 40 85 25 40,710
£ [ AHU1530R-2 30 | 130 45 | 85 | 25 JOMT1505 R 42,360
é AHU1532R-3 32 140 45 95 32 JDMT1505 ) JR-FW 45520
% CAHUTS40R2 20 140 J4, 45 |5 | 35 | p | OMTIS0SOSRTAW | FRI80 —
3 = * "
5 [ AHU1540R-3 a0 [ 140 | P25 | 95 | 32 JOMT1505: R-BT/CT* |49 g6
© | AHU1540R-4 40 140 45 95 32 JDET150 'R-FF 53,150
AHU1550R-3 50 | 140 45 | 95 | 32 JDET1505: 50 56,080
AHU1550R-5 50 140 45 95 32 - 62,650
AHUL1016R-2 16 150 50 100 16 40,130
AHUL1020R-2 20 160 60 100 20 45,290
AHUL1020R-3 20 160 60 100 20 JDMT1003: R 48,570

AHUL1021R-3
AHUL1025R-2
AHUL1025R-3
AHUL1026R-3
AHUL1030R-2
AHUL1030R-3
AHUL1032R-4
AHUL1035R-2
AHUL1035R-4
AHUL1525R-2
AHUL1530R-2
AHUL1532R-3

21 160 30 130 20
180 75 105 25
25 180 9 75 105 25
26 180 | (B)*| 35 145 25
30 180 45 135 25
30 180 45 135 25
32 200 90 110 32
35 200 45 155 32
35 200 45 155 32
25 180 75 105 25
30 180 45 135 25
32 200 90 110 32

49,040

JOMT1003:'R-FW 46,220

N 49,510
JOMT1003: : :R-B5/C5* 50,570
JDET1003: ¢

“R-FF 50,570
JDET100304R-FA 23.850

57,020

52,560

59,130
44,940

JDMT1505: R | 46,920
JOMT1505  R-FW [—20:210

Long shank type TH\ I\ 4+ \’\Q\’ O
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AHUL1535R-2 35 | 200 45 | 155 | 32 51,160
AHUL1535R-3 35 | 200 | 14 | 45 | 155 | 32 JDMT150508R-TFW 54,430
AHUL1540R-2 40 220 (7)%| 45 175 32 JOMT1505::R-B7/C7* 51,970
AHUL1540R-3 40 | 220 45 | 175 | 32 L 55,260
AHUL1540R-4 40 | 220 45 | 175 | 32 JDET1505¢ ./ 58,540
AHUL1540R-5 40 | 220 45 | 175 | 32 JDET1505: " 61.830
AHUL1550R-4 50 | 220 45 | 175 | 42 64.290

(2] %JDMT 1003 R-B5/C5.JDMT1505: 3 'R-B7/C7 = ERADIBE IR ATHAHFAPMXIE( ) TEICKEDET,
[Note]  The APMX in the case of using JDMT1003{ ¢ :R-B5/C5, JDMT1505¢ < R-B7/C7 is a value shown in ( ).

BnBES
obon Parts CHIEFHADZE T . Numeric figure in a circle

BERm2 957U RSAI\(— LF RUBEEERLEA]
Parts Clamp screw Driver Wrench Screw anti-seizure agent
AR
Shape i | mes HE\7E R\ @ HE\7E
E S & B > B8 )@ B 1
Cutter body (N | ey | 2 prsedlle) o) ool
AHU(L)1016R-2 250-141 1.1 | 870
AHU (L) 1020R-:~1035R-< 251-141 1.1 | 870 104-T8 1,800
AHU (L) 157 :R- 104-T15 2,060 — —

AHUB1550R (M)-3~1563R (M)-3
AHUB1550R (M)-5~1563R (M)-6

AHUB1580R-4 412-141 2.9 | 540 . . 105.T15 2120 P-37 1,010
AHUB1580R-7

AHUB15100R-8

AHUM1030R-C (M) 250-141 | 1.1 | 870 104-T8  [1,800 — —

AHUM15¢ 0 0R-00 (-M< ) 412-141 | 2.9 | 540 104-T15  |2,060 — —

DIE] 95V TRUIFEFRTI, ERARERICEIDRBEREEELT IO TREDDRIRZSEVHLET,
[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.
OFN : IZEEBERTY. @ : Stocked Items. 05



E=J“15_9’{7 Modular Type AHUM‘ -

R=C (_ M

) CHIEFDADZE T o Numeric figure in a circle

APMX THSZMS DRVS (ZHE)
= / =
o ‘s 3 I
VN LadH o
)
WY
| L2

BmRO— R s zﬁ% = 3% Sizemm) BREAVY—~  |REIGERE)

ltem code sock| 3991 DC | LF | APMX [DCONMS|THSZMS| DHUB| L7 | L2 |DRvS Inserts rota e (%)
AHUM1016R-2 ®@| 2| 16 | 25 85| M8 [ 128 55 | 17 | 10 35,780
1 AHUM1018R-2 ®@| 2] 18 | 25 85| M8 [145[ 55 | 17 | 10 39,890
%1 AHUM1020R-2-M8 ®@| 2] 20 [ 25 85| M8 | 145 55 | 17 | 10 40,830
AHUM1020R-3 @[3 20 [ 30 10.5 [ M10 [17.8 [ 5.5 | 19 | 15 |JDMT1003:3:R 44,120
1 AHUM1022R-3 @3] 22| 30 105 | M10 [ 17.8 [ 55 [ 19 [ 15 | \oviranna- - p ey [-44.120
% AHUM1025R-2-M10  |@ | 2 | 25 | 30 10.5 | M10 [ 17.8 | 5.5 [ 19 | 15 LR 44,820
AHUM1025R-4 @| 4] 25 | 35 | 9 [125[M12[20.8| 55 | 22 | 17 |JOMT1003:: R-B5/C5%| 51,390
%1 AHUM1028R-4 @428 35 |(®* 1256[M12[23 [55 | 22 | 17 | oeciona- o ce |55:490
% AHUM1030R-2-M12_ |[@ | 2 | 30 | 35 125 [ M12 [23 | 55 | 22 | 17 AR 49,740
AHUM1030R-5 ®| 5| 30 | 40 17 | M16 [ 28.8 | 6 23 | 22 |JDET100304R-FA | 59,600
AHUM1032R-5 ®@|5| 32 | 40 17 | M16 [ 28.8 | 6 23 | 22 62,890
%1 AHUM1035R-2 ®@| 2|35 | 40 17 | M16 | 28.8 | 6 23 | 22 55,380
%1 AHUM1035R-5 ®@| 5| 35 | 40 17 | M16 [ 28.8 | 6 23 | 22 65,230
1 AHUM1040R-6 @6 40 | 40 17 | M16 [ 28.8 | 6 23 | 22 68,980
AHUM1525R-2 @[ 2| 25 | 35 125 [ M12 | 20.8 | 5.5 | 22 | 17 | JDMT1505 R 40,710
%1 AHUM1528R-2 ®@| 2| 28 | 35 125 [ M12 [23 [ 55 [ 22 | 17 | JDMT1505::R-FW | 40,710
%1 AHUM1528R-3 ®@| 3| 28 | 35 | 14 [ 125 M12[23 [ 55 | 22 | 17 |JOMT150508R-TFW | 40,710
% AHUM1530R-2-M12 _ |@ | 2 | 30 | 35 | (7 | 125|M12 23 | 55 | 22 | 17 |JDMT1505: | 42,360
AHUM1530R-3 ®| 3| 30 | 40 17 | M16 [ 28.8 | 6 23 | 22 |JDET1505 45,520
AHUM1532R-3 @3] 32 | 40 17 | M16 288 | 6 23 | 22 | JDET1505: 45,520

[(EE]O%JDMT 1003

@AHUM

R-

FEULTLIEE W,
@FIAS—IIEBEV vV I DG ERIEDAZECTEL LS,
@FYVAS—ZIVRUERYvYI . EA7—/I\O[TRiHHE][EY215—RUE ICTU—RAEEDBBRIFBRULEN TS,
®x EBEY v I ZEEYNTRERATIETENSEDOE R A

[Note] @3 The APMX in the case of using JOMT1003 3 »R-B5/C5, JDMT1505_*R-B7/C7 is a value shown in ( ).
@Slotting by AHUM: > JR--M 0 has a possibility that a tool may be damaged. Please adjust a cutting condition with reference to the diagram of P15.
®Please refer to the D4 table for the combination of modular mill and carbide shank.
®Do not apply lubricants such as grease, etc. to the "contact faces" and "modular screws" of the "modular mill", "dedicated shanks" and "dedicated arbor".
®When3%1 and carbide shank are used together as a set, there is no interference.

EEEZe -

AHUB15

__R(M-

-B5/C5.JDMT 1505 'R-B7/C7ZCERADBGIFRAVIAHAPMXIE( ) HEICKEDET,
MOODEI2S—IIUICLDBNTIETEBIEDEBNDGDOE T P15EEBEDEI 15— HIBERRZSE(CIN IR M=

CIBEFDADFE T Numeric figure in a circle .

DHUB DHUB DHUB
DCONMS DCONMS DCONMS
o o b
RE) miigy 3] R 1
2 | 3 | 2 |
8 | N ! gl © ‘ g
| - i 7 | -
%/ 793 i =H W W77 b
i | <v v < i | <v v
‘ DCCB ‘ DCCB ‘ DCCB ‘
‘ DC | DC ‘ DC |
Cg’fj C type D947 D type Eg'fj E type
BHmId—R | <% sizetmm) K| @RAVY—~ | FRIGEERE)
ltem code stock| ¥4 DG |aAPMX|DCONMS|DCCBIDHUB|CBDP|KWW/| b |shape Inserts Suggested reall prics (¥)
AHUB1550R-3 ® | 3 | 50 22.225 | 17 | 47 [ 20| 8415 E 69,340
AHUB1550R-5 ® | 5 50 22225 | 17 | 47 | 20 | 8415 | C |JDMT1505 'R 75,900
AHUB1550RM-3 | @ | 3 | 50 22 7 | 47 | 20 (104 63| E 69,340
AR SR He A R e O | Tad
B1563R- . A E | JDMT150508R-TFW 73,900
AHUB1563R-6 ® [ 6| 63| (1022225 17 [ 45 |20 | 845 [C [ 83.760
AHUB1563RM-3 | @ | 3 | 63 22 7 | 45 [ 20 [ 10.4| 6.3 | E |JOMT1505:::R-B7/C7* 73,900
AHUB1563RM-6 | @ | 6 | 63 22 17 | 45 20 [10.416.3| C | jpET1505 83,760
AHUB1580R-4 ® | 4| 80 25.4 20 | 50 | 26 | 95 6 E 85,880
AHUB1580R-7 ® | 7 | 80 25.4 20 | 50 | 26 | 956 C |JDET1505: 95,730
AHUB15100R-8 | @ | 8 | 100 31.75 | 45 | 60 | 32 112.71 8 D 116,130

[FR] CHA T EFATICOVTIE Ay FEG D7 — ) \HRUR DY I EEFICHBLTVLET,
D& A &Stk 54 TR7—/ T I BICIE, HERD 7T — A= VBRI RV EEEDFT
#JDMT 1505} R-B7/C7ZZERDBRIFRAYHAHAPMXIE( )TEELDFET,
[Note] The arbor screw for attaching the cutter is included with the cutter body of C type and E type.
A commercial face mill clamping bolt is required to mount a D type into our bore type arbor.
% The APMX in the case of using JDMT1505: 3 R-B7/C7 is a value shown in ().

T o) O : IZXEBRTY, @ : Stocked Items.



Inserts

‘ / o FW.FF.$3R8& Conventional TFWHS TFW type FARZ FAtype B5/B7H 85/B7 type C5/C7#2 csicT type
) e= ‘3_-* ] (Mi) (ER) (M-class)(E-ciass) (M#B) (M-class) (E#R) (E-class) (M#R) (M-class) (M#R) (M-class)
e HEODN T 8 ™omn W\ g3
| shape Fig.1 Fig.2 Fig.3 Fig.4 Fig.5
b @ Dﬁ F& AR §§§§§u_ PIVF ;;Jy'ﬁgé(m\ggggm zﬁégm?§génél)
L Sirong mermitent cuthg Tiamtn Nekel ool ooy o0 | HackeBass oy oo8”
:li/ﬁ [EE] :l—j-R?.OL)J:fD*f‘J*_J‘—hﬂ;‘;ﬁﬂ_ﬁ'éi%ﬁ[;ﬂf?—_:_l—T%B’EiE)JDI@'ZaMETJ@_D%@'U _
r— [Note] When using the insert with Radius bigger than R2.0, it is necessary to carry out additional cutting of cutter body corner part.
il Carbon steels | [l M N
M| SUSZH SUS, etc. Dry I M : —ﬂtﬂﬁu_' iR
FC-FCD Castirons| [ [ | gfsqer?clgrlrj\trwe%ded
95774~ Graphite [ | [ : —AREIE - S5
PIVE =T B Aurinum aloys H NN Seneral cutling. 1ed
FoUEENBERIES vmsmeane | B | L] _
z =~ =~ S =~ | A\
Bm@a— R e o8 ol s Ho oo & S B AJ.GX,
e Eeal Tolerance| €< (&) =93 =r oo | T2 | 8S EﬁEﬁaﬁ JSTH SD5010
s | o | Q1 8| w || 8|58 2|2 cosssecton | 75 4347 WH10
S| e 258881855 )|e shape HD7010
S12|S|8|5| 2|2 2|85 Emsywrs Rl ™ |meu,
S| S|SB |la|la|la|ln | T | =
JDMT100304R [ J e o o [ ] - 0.4 1,310 | — —
JDMT100308R [ ) e 6 6 o o = 0.8 1,310 | — —
JDMT100320R o (A BK - 2.0 Fig.1 1,310 | — —
JDMT100332R LK (L JK BK - 3.2 1,310 — —
JDMT100304R-FW o [ JK BK - 0.4 1,310 | — —
JDMT100308R-FW L K ) e o o - 0.8 1,310 | — —
JDMT100308R-B5 o' e il Ml Bl Bl PP AP PR 0.8|Fig4|1,310 | — —
JDMT100308R-C5 o [ ] -l =-l-1- ) "~ 10.8[Fig.511,310 | — —
JDMT100320R-B5 o' e i Bl B 20(Fig.4({1,310| — —
JDMT100320R-C5 o o i Bl Bl 20|Fig5[1,310| — —
JDMT100330R-B5 o' e Bl Bl 3.0|Fig4|1310 | — —
JDMT100330R-C5 o [ J - |- - |- 3.0|Fig5[1,310 | — —
JDMT100332R-B5 o' e il Bt B 3.2|Fig4|1310 | — —
JDMT100332R-C5 [MiR| @ [ ) - -1=-1= 32|Fig5|1,310 — | —
JDMT150504R M1e (2K | [ ] - 0.4 1,490 | — —
JDMT150508R L) (B 2K 3K BN J - 0.8 1,490 | — —
JDMT150520R o [ JK BK - 2.0 Fig.1 1,490 | — —
JDMT150530R [ e e o o - 3.0 11,490 | — —
JDMT150504R-FW o [ JK BK - 0.4 1,490 | — —
JDMT150508R-FW L K ) e o o - 0.8 1,490 | — —
JDMT150508R-TFW L K ) ® o o - |169.125 |0.8|Fig.2|(1,490| — —
JDMT150508R-B7 o' e il Bl Bl 0.8|Fig.4|1,490 | — —
JDMT150508R-C7 [ o - |- |- |- 0.8|Fig.5(1,490 | — —
JDMT150520R-B7 o' e i Bl Bl 20|Fig.4[1,490 | — —
JDMT150520R-C7 (N o - |- |- |- 20|Fig5[1,490| — —
JDMT150530R-B7 [ MK ) -l-1-1- 30|Fig4|1,490 | — | —
JDMT150530R-C7 o o -l -1-1- 3.0|Fig5|1,490 | — | —
JDET100304R-FF [ ] [ o - 1161 135 0.4 1,630 | 9,770] —
JDET100308R-FF [ ] [ e - ) 0.8 Fig.1 1,630 | 9,770] —
JDET150504R-FF o (] o - 16 l9.12 5 0.4 11,860 |11,110] —
JDET150508R-FF EfR o [ ] o - ) 0.8 1,860 111,110 —
JDET100304R-FA E(-|-1-1- -l -1-1@® @ [1116.1 (35|04 — | 2,290] 1,310
JDET150502R-FA il il Bl -l -1-1@® o 0.2 Fig3|—— 2,600| 1,490
JDET150504R-FA il Bl Bl -l -1-1@® @® (169125 |04 ) — | 2,600| 1,490
JDET1 50530R-FA - | =1 =]- - | -|1- @ [ ) 3.0 — | 2,600] 1,490

><1 JDMT:

CR-C: ;P41 200D%—

%3 }E%?ﬁﬁ“ﬂ EIJEQ%T‘Q“B(D(@“ KEROITIRRIC KDBIEFHERMENREDHEHHDET .

%1 For JDMT
%2 For JMDT

R-B
R-C

JR-B(:;JPA120DE—HEIRHIMIEE S: F & V& FHEHREIMEEIM: AT VU AGE (PEEF) £EDFY,
HELRHIM RIS SINIEBMAS &, S5 HEERHIMEIL P.JlEBhE T,

1 JP4120, the primary recommended work material is S (titanium alloys) and the secondary recommended work material M (stainless-steel; semi-finishing).
: JP4120, the primary recommended work material is S (Ni-based alloys) and the secondary recommended work material is P (carbon steel).

%3 The stated recommended work materials are general criteria. In actual use, suitable recommended materials may be different depending on the cutting situation.

[FBIGXO—T 405, JSI—T4 VI IFEER Y vF VY —[CRISLEBADTTEELZE L), [Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.
—E0 : SHERILEE A

OF : IZX¥EBERTY. @ : Stocked Items.

HEED : BTLEERTY. No Mark:Manufactured upon request only.

— * Not Manufactured.



%2

%2
%2

%2
%2

%2
%2
%2

515 —E)b@ﬁﬂ > AT LB T shanks for Modular Mil
I #BIE/v>/2 carbide Shank
CHA T cType EZ4 7 EType
LF LF
LB1 LS LB1 LS

(] 3 » (2] R

T Y RIS 2 T 2

5] 5] 3] *QTV o 1o}

a [a] [a] [a]

THSZWS THSZWS 7
mEaI— K wE I size(mm) 547 |8Eys | B2 | Bain
i @zt Stock pcONWS|THSZWS| LF | LB1 LS | BD1 |DCONMS| D7 | Type [Cutierbody| Note | Suggesied,

ASC16-8.5-95-30Z ° 9% | 30 | 65 48,100
ASC16-8.5-120-55Z ° 120 | 55 | 65 51653 52,560
ASC16-8.5-140-75Z @ | 85| M8 | 140 | 75 | 65 | 145 | 16 | 155 | C |o18 55,960
ASC16-8.5-160-95Z ° 160 | 95 | 65 o 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
ASC20-10.5-220-1202 | @ | 105 | M10 o001 920 | 100 | 185 | 20 | 195 | C 232“ 69,920
ASC20-10.5-270-150Z | ® 270 | 150 | 120 MUl 88,690
ASC20-10.5-220-50Z O 220 170 10258 2:4410 69,920
ASC20-10.5-270-50Z o | 105 | M0 [Topp ] 50 Top | 185 | 20 1195 | C 88,690
ASC25-12.5-145-65 ° 145 | 65 | 80 I7-[ 64,990
ASC25-12.5-215-115 O 215 | 115 | 100 925+ | M 1796 130
ASC25-12.5-265-145 o | 125 | M2 "ogs 145 | 120 | 23 25 | - | E 928 | e 88,690
ASC25-12.5-315-195 ° 315 | 195 | 120 {2 114,370
ASC25-12.5-265-65 ° 265 200 UM 88,690
ASC25-12.5-315-65 @ | 125 | M12 T35 65 [Tp50 | 28 | 25 | - | E | 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 22 | - | €| ,z0u 118,480
ASC32-17-310-190 ° 310 | 190 | 120 323 160,710
ASC32-17-360-240 ° 360 | 240 | 120 35 202,930
ASC32-17-260-80 ° 260 180 (940) 118,480
ASC32-17-310-80 ® | 17 | M6 | 310 | 80 | 230 | 28 2 | - |E 160,710
ASC32-17-360-80 ° 360 280 202,930
[EE] [Note]

Ox2&x1 (P6) £ty hTEAIZIETFENBYE LA

QMEBROI-UVIF vy, BIEORIVA—ICTEATEET,

® (@ 40) FiER. REHULRE200mmLATZ2BRICTEATEL.
@X3TRHYREDY PV HRBLYNEVD, VvV HBROFEHIELET,

O | IZEEBERTY. @ : Stocked ltems.

D RILEERTY,

(DWhen>2<2 and*1 (p. 6) are used together as a set, there is no interference.
(@Commercial milling chucks or shrink-fit holders can be used.

interference occurs at the shank.

No Mark : Manufactured upon request only.

(3For the @40 size. it is recommended that the protrusion length be 200mm or less.
@For %3, since the cutter diameter is smaller than the shank diameter,



i~ LF I
v s LB1 Ls
Steel Shank
g 2 g _ 2
ZI — ==gzzsssssssamssssossoosssmzaoas =3 z Z | _egeesooppedeoos Omsoosoemomooooooooo =H- z
61- o] o) o o)
o ) [&] (&) \ ()
[a] a [a] a
THSZWS THSZWS —
CH147 (B5—J\) Type C (Tapered Neck) D#A4~ TypeD
EmEI—R 1 I I Size (mm) 547 ERHvY B | FE)GE(E (9)
Item code Stock [DCONWS|THSZWS| LF | LB1 | LS | BD1 |DCONMS| D7 | Type Cutter body Note | Suggested retail price (¥)
AS16-8.5-95-15 | @ | 85 M8 | 95 15|80 |145| 16 (155 Cc | &16%% ¢18 28,160
AS20-10.5-100-20 | @ | 10.5 M10 (100 | 20 | 80 |18 20 — D @®20%3, ¢ 22 Ir7— 31,680
AHUMI025R-2-M10_ |~
@ 25%3_ ¢ 28 o
AS25-12.5-115-35 | @ | 125 | M12 |115 | 35 | 80 |23 25 - D AHUM1030R-2-M12 erglg" 35,440
AHUM1530R-2-M12
AS32-17-110-30 | @® |17 | M16 110 |30 | 80|28 | 32 | — | D | @ 3;’;;‘ g 32 42,470

[(FE] OWROI—VVIFryIICTERTEETY, @% 3 TRAVIEDYvIIRKIDNEVH, VvV IEEROFENELET,

[Note] @ Commercial milling chucks can be used.

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

-~ ~ LF
| [ DA A LB1 LS
Steel Shank
2] (%]
! . %Eﬁﬁ\ R
FEBRULER. 1-YHICCENTTRTT. SITFEVTR S
For neck section or total length, additional machining to 8 - 8
user specifications is possible. THSZWS
EmRI—K | ~f & Size (mm) ERHY S BE | FRIGEHEE (D)
Item code Stock DCONWS|THSZWS| LF LB1 LS BD1 [DCONMS Cutter body Note Suggested retail price (¥)
AS42-17-360-90 | @ | 17 | M16 | 360 | 90 | 270 | 28 | 42 | ¢30. ¢$32. $35. $40 | TZ-7MT | 80,940
[EE] RO —VYIF vy IICTERTEE I, [Note] Commercial milling chucks can be used.
Eals—slbm7—}\ Modular Mill Arbor
I HSK'AGB LB2 26 32
LB1 THSZWS
O B
)
. — ©
S
% \HsK-A63
8
Emd—R T 3 725 Size (o) % FL)\FEHHE (1)
Item code Stock | DCONWS |THSZWS| BD1 DS LB2 LB1 BHTA2 Note Suggested retail price (¥)
HSK-A63-10.5-30-18 [ 20.8 30 - 3° 94,560
HSK-A63-10.5-70-18 o 105 10 18 25 70 10 3° 97,130
HSK-A63-10.5-70-18S ’ 48 70 10 12° -
HSK-A63-10.5-120-18 [ J 30.2 120 10 3° 101,350
HSK-A63-12.5-35-21 o 24.3 35 - 3° 95,490
HSK-A63-12.5-65-21 o 12.5 12 21 27.5 65 10 3o :\,/:VTh;A_/?f-I 96,660
HSK-A63-12.5-65-21S 48 65 10 12 ith Air hole -
HSK-A63-12.5-115-21 ® 32.7 115 10 3° 101,710
HSK-A63-17-40-28 o 31.8 40 - 3° 95,490
HSK-A63-17-60-28 [ J 17 16 08 33.9 60 10 3° 96,660
HSK-A63-17-60-28S 48 60 10 9.5° -
HSK-A63-17-110-28 [ J 39.2 110 10 3° 101,120

[FE] -3V NATRIBLTEDET,
[Note] Coolant Pipe is attached.

Point

ANYREZB|ATER7 /(BT HSK) 3. T8
RHURTZREICHFKDI VAT LTIDT.

TEDIREIZIHFITEX I

Reduce the chattering vibration by BT, HSK arbor due to
the reduction in the “actual” overhang.

O 77—/\(BT,HSK) D% & Arbor (BT,HSK) Features

’ (W‘J) %tﬂbﬁé@ttﬁ%;ﬁ@*ﬁﬁﬁ' Example : Overhang and Application Area ‘

w4 Cutter :
AHUM1020R-3
77—\ Arbor :
BT30-10.5-20-1

8

7Y% cutter:
AHU1020R-3
77—\ Arbor

‘EEmm

72mm

(BT30%17)

RS-V IFvv o

100mm
130mm

Commercial milling chuck (BT30 type)




A4 FwT

Line Up

lJ‘y an IJ 1_7_} Red screw arbor

H W;FEEEIE caution
®Ci oC 40| o —HERITEE SRR TENBDET,
G Hr B ETRED SR T REUS BB THAZ SR IE< D\ BT THRE
[ [ bELIEEL,
S + [ o X DEmI. %1*’8I,E<®}E4‘3%f¢®¥ﬁf§l§l:?§tb'CC“Eﬁﬁ(Tc“'éL\o
L T —1 BIES v 0 QBB STHIRANAE SO RSV v S8BT
B | Id’D TLyFVIBRKFICBRIVY DIRIIDFEELE T,
...... J_ @ Some of the indexable end mills cannot be attached to the RED screw arbor.
— T Please check your indexable end mllls fqr conformance to the dimensions, or
i Hy{—j- nB opBlss:t?sceogﬁfrt\gM r?s_igtlglnocgiosmgEerg::reiigggthlé‘?o.ol holder connection force
:E:/‘JE_E”/ 0 Ij-u asso{:ialed with tohe machine spindle, please reduce !hq resf)mmended cutting
Dimensions for the Modular Mil mounting Pl Shank may axperience reing corosion ot fll aut of ihs maching spindle
oo I oo It
%u%j_ e E T_f;f Size(mm) = ?ﬂﬁ)ﬁ %‘E&j_ e g T_r;ﬁ Size(mm) 2 E(Jﬁ%%
Item code % (ke) | Ry Item code % (ke) | Fgdy
S1 G |oD|H|Hi|0C| L | M| Lt |§Ct|pC|Veh| 55 S/ G |oD|H|Hi|oC| L | M| L1 |pCt|pCz|Veht| 5"g
BT40-RSG8-105-M25 |105] | 80| 1.410.6 BT50-RSG10-200-M25 200| 25175 5.6/0.5
BT40-RSG8-135-M25 1135] 25[110] 1.8]0.7 [BT50-RSG10-165-M50 1165  [115] 4408
BT40-RSG8-165-M25 165 140 21108 BT50-RSG10-195-M50 |195| 50|145| 4.710.9
BT40-RSG8-130-M50 1130] | 80| 14115 BT50-RSG10-225-M50 225 175 5.711.0
BT40-RSG8-160-M50 1160 50[110] 1.8]1.7  IWBT50-RSG10-190-M75 1190 [115] 45016
BT40-RSG8-190-M50 190 140 21118 BT50-RSG10-220-M75 1220 75|145| 4811.7
BT40-RSG8-155-M75 |155] | 80| 1.5]3.1 BT50-RSG10-250-M75 250 175 58/1.8
BT40-RSG8-185-MT5 M8 |8.5|18|6.5|15[185] 75110/ 30 |32 [1.9/3.4 [MBTSORSGIO-21EMI00 | 1ol o clon |65 |19 [215] [ 115] 5 | 5o [45]27
BT40-RSG8-215-M75 215 140 22135 BT50-RSG10-245-M100 " ’ ’ |245/100|145| 48129
BT40-RSG8-170-M30 1170 | 80| 1.5/45 BT50-RSG10-275-M100 275 175 58129
BT40-RSG8-200-M90 [200] 90[110] 1.9]4.8 MBT50-RSG10-235-M120 235  [115] 46(3.9
BT40-RSG8-230-M30 230 140 22149 BT50-RSG10-265-M120 1265/120(145 4914.2
BT40-RSG8-185-M105 1185] | 80| 1.6]6.2 BT50-RSG10-295-M120 295 175 59|4.2
BT40-RSG8-215-M105 215/105[110] 2.0 /6.7 [MBT50-RSG10-255-M140 255  [115] 47|55
BT40-RSG8-245-M105 245 [140 2.316.8  [MBT50-RSG10-285-M140 285/140[145] 15058
BT40-RSG10-125-M25 1125 |100| 1.8104 BT50-RSG10-315-M140 315 175 6.0 5.8
BT40-RSG10-155-M25 [155] 25[130] 2.2]0.5 [BT50-RSG12-140-M25 [140]  [115] 4602
BT40-RSG10-185-M25 185 160 24107 BT50-RSG12-170-M25 |170] 25|145| 5.0/0.3
BT40-RSG10-150-M50 1150] 1100] 1.9]0.8 BT50-RSG12-200-M25 200 175 58|0.4
BT40-RSG10-180-M50 1180] 50[130] 2.3[1.0 [BT50-RSG12-165-M50 1165] |115] 47105
BT40-RSG10-210-M50 210  [160 2512 [BT50-RSG12-195-M50 [195] 50[145] 5.110.6
BT40-RSG10-175-M75 1175 |100| 2016 BT50-RSG12-225-M50 225 175 5.910.6
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-MT75 235 160 2.6 2.0 BT50-RSG12-220-M75 |220| 75|145| 53110
=4 BT40-RSG10-200-M100 |200] 1100| 2.0]2.7 BT50-RSG12-250-M75 250 175 6.111.0
b= BT40-RSG10-230-M100 1230]100[130] 2.4(3.0 |BT50-RSG12-215-M100 215] 115 5.0[1.3
BT40-RSG10-260-M100 260 160 26|33 BT50-RSG12-245-M100 M12[12.5/22| 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 250]120130] 2.54.3 [BT50-RSG12-240-M125 240 [115] 5.2 2.1
BT40-RSG10-280-M120 280 160 2.7146 BT50-RSG12-270-M125 1270]125|145| 5623
BT40-RSG12-125-M25 1125] |100] 2.0]0.3 BT50-RSG12-300-M125 300 175 6.4|2.4
BT40-RSG12-155-M25 [155] 25[130] 2.410.4 []BT50-RS612-265-M150 265 [115] 53(3.0
BT40-RSG12-185-M25 185  [160 2.7/05 Pr{BT50-RSG12-295-M150 295/150145)| 5.7/3.3
BT40-RSG12-150-M50 1150 |100| 21105 BT50-RSG12-325-M150 325 175 6.534
BT40-RSG12-180-M50 [180] 50[130] 2.5(0.7 [BT50-RSG12-290-M175 (290 [115] 55 4.2
BT40-RSG12-210-M50 210 160 2.810.9 BT50-RSG12-320-M175 1320]175|145| 5.9 4.6
BT40-RSG12-175-MT75 1175 1100| 23109 BT50-RSG12-350-M175 350 175 6.7 4.6
BT40-RSG12-205-M75 M1212.5/22| 6 |24 205 75130/ 43 |45 |2.7 |11 BT50-RSG16-140-M25 1140,  [115] 4810.2
BT40-RSG12-235-M75 235 160 3.0/1.3 BT50-RSG16-170-M25 |170| 25|145| 5.410.2
BT40-RSG12-200-M100 |200]  |100| 24114 BT50-RSG16-200-M25 200 175 6.6 0.2
BT40-RSG12-230-M100 230]100(130] 2.8]1.6  [WBT50-RSG16-165-M50 1165]  [115] 5003
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]125130] 3.0 2.4 [WBT50-RSG16-190-M75 1190  [115] 5.3]0.5
BT40-RSG12-285-M125 285 160 3328 BT50-RSG16-220-M75 |220| 75|145 5.910.6
BT40-RSG16-125-M25 125| 25 26|02 BT50-RSG16-250-M75 250 175 7.010.6
BT40-RSG16-150-M50 150/ 50 2.810.3 BT50-RSG16-215-M100 1215|  |115] 5.510.7
BT40-RSG16-175-M75 M16| 17 (25| 6 |29 [175| 75/100| 52 | 54 [3.0 | 0.5 BT50-RSG16-245-M100 1245|100|145| 6.110.9
BT40-RSG16-200-M100 200(100 3.210.8 BT50-RSG16-275-M100 275 175 7.210.9
BT40-RSG16-225-M125 3 225|125 34(1.2 BT50-RSG16-240-M125 1240,  [115] 5.7111
BT50-RSG8-120-M25 1120] | 95| 4.0/0.6 BT50-RSG16-270-M125 M16| 17 |25| 6 |29 |270/125|145|52 |54 |6.3[1.3
BT50-RSG8-150-M25 |150| 25125 430.7 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| 40|15 BT50-RSG16-295-M150 1295|150(145| 6.51.8
BT50-RSG8-175-M50 |175| 50|125| 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] 6.1 2.
BT50-RSG8-170-M75 [170] | 95| 4.173.1 [ BT50-RSG16-320-M175 320]175[145] 6.7]2.4
[=) BT50-RSG8-200-M75 M8 |8.5(18|6.5|15|200| 75|125/30 | 32 4.4 /3.4 BT50-RSG16-350-M175 350 175 79125
i BT50-RSGE-230-M75 230 155 4934 BT50-RSG16-315-M200 1315|  |115] 6.313.0
L] BT50-RSG8-185-M90 |185] | 95| 49144 BT50-RSG16-345-M200 1345|200|145| 6.9 3.2
BT50-RSG8-215-M90 [215| 90[125 4.4]4.8 |NBT50-RSG16-375-M200 375 [175 8.1[3.3
BT50-RSG8-245-M30 245 155 491438 BT50-RSG16-340-M225 1340| |115] 6.53.9
BT50-RSG8-200-M105 [200] | 95] 4.216.2 [MBT50-RSG16-370-M225 370]225(145] 7.4 41
BT50-RSG8-230-M105 1230]105|125| 4.516.6 BT50-RSG16-400-M225 400 175 8.3142
BT50-RSG8-260-M105 260 155 5.0/6.6 |PA63-RSGE-105-M25 |105, | 80 1.3]0.6
BT50-RSG10-140-M25 m10hosl2216.5 19& 25& 36 |38 4.310.4 =] A63-RSG8-135-M25 M8 |8.5(18|6.5|15|135| 25/110/30 |32 [1.4/0.7
BT50-RS610-170-M25 i : 170] 7145 4.6(0.5 [IA63-RSGS-165-M25 165  [140 1.9]0.8

) MED - FAEEB T, No mark : Manufactured upon request only. 8 (3525F % 10 BR2E (Y & F, Delivery time is about ten days after an order received.



E T_ﬁﬁ Size(mm) = wm‘a E T_ﬁﬁ Size(mm) = m“‘mﬁ
o R E =) (um) SR E =2 (i)
U () | g U (k) | g
21 G | oD H|Hi|oC| L | M| L1 ot gCo nean| 5y 21 G | oD H|Hi|oC| L | M| L1 |gCt|gCo Moo 5y
AG3-RSG8-130-M50 130 | 80 13115 [IAT00-RSGE-230-M105 230], 125 31067
AG3-RSG8-160-M50 [160] 50[110] 14117 WA100-RSG8-260-M105 | | M 851816515 15641051955 30 | 32 136 6.6
AG3-RSGE-190-M50 190, 140 19117 INA100-RS610-140-M25 [140] (15| 31004
AG3-RSG8-155-M75 155 | 80| 14131 [IA100-RS610-170-M25 [170| 25(145| 3505
AG3-RSG8-185-M75 185 75/110] 15134 [A100-RS610-200-M25 200|175 4405
AG3-RSG8-215-M75 215 (140 2.0 (3.4 [ A100-RSG10-165-M50 165 |15 32/08
AG3-RSGB-170-M90 M818.511816.5|15 750 80| 30 | 32 [0 4.4 [ A100-RSG10-195-M50 195 50[145| 36 1.0
AG3-RSG8-200-M0 200 90[110] 15148 [A100-RS610-225-M50 225|175 4510
AG3-RSGE-230-M0 230 (140 2.0 4.9 [ A100-RSG10-190-M75 190/ [115] 3316
AG3-RSGE-185-M105 185 | 80| 15162 [A100-RS610-220-M75 20| 75(145| 3718
AG3-RSG-215-M105 [215/105/110] 16166 WMAI00RSG10-250M75 | | 250 [175 4618
AG3-RSG8-245-M105 245| 140 2.1 6.7 [MAl0RsGI0-216-Mi00 | |“1010822]6.5 19 org 1995 36 | 38 133727
AB3-RSG10-125-M25 [125] [100] 16104 INA100-RS610-245-M100 [245/100[145) 3.7]29
AB3-RSG10-155-M25 155 25/130] 1.9/05 [A100-RS610-275-M100 275|175 4629
AG3-RSG10-185-M25 185 160 23106 [ A100-RS610-235-M120 235 [115] 3.4 /40
AG3-RSG10-150-M50 150/ [100] 1.7/0.8  [NA100-RS610-265-M120 |265/120(145| 3842
AG3-RS610-180-M50 180/ 50/130] 2.0 1.0 [ A100-RS610-295-M120 295|  [175 4742
AG3-RS610-210-M50 210, [160 2.4 1.2 [ A100-RSG10-255-M140 255/ [115] 3556
AG3-RSG10-175-M75 175/ [100] 1.8/1.6 [A100-RSG10-285-M140 285|140[145| 3958
AB3-RSG10-205-M75 205 75[130] 2.1 1.8 WAT00-RSG10-315-M140 315 [175 4858
AG3-RSG10-235-M75 N 235 [160 2520 [A100-RSG12-140-M25 [140] [115] 34103
AG3-RSG10-200-M100 | M10[10.512216:5 119 15501100 %6 | 38 [1:5]2.7 [ A100-RS612-170-M25 [170| 25[145| 3.7(0.4
AG3-RSG10-230-M100 230/100/130] 2.1 2.9 [ A100-RSG12-200-M25 200|175 4704
AG3-RSG10-260-M100 260 [160 2532 [ A100-RSG12-165-M50 165/ [115] 3505
AG3-RSG10-220-M120 220/ [100] 19140 [A100-RS612-195-M50 195 50(145| 3806
AG3-RSG10-250-M120 [250/120[130] 2.2 42 [AT00-RSG12-225-M50 225 (175 48106
IO 63-RS610-280-M120 280, [160 2645 [ A100-RSG12-190-M75 190/ [115] 37]08
4] A63-RSG10-240-M140 240/ [100] 2.0 5.6 [ A100-RSG12-220-MT5 20| 75(145| 4010
AG3-RSG10-270-M140 1270/140[130] 2.3(5.9 [ A100-RSG12-250-MT5 250 [175 5.0 1.0
AG3-RSG10-300-M140 300|160 2.7 6.2 [ A100-RSG12-215-M100 215] (115 3814
AG3-RSG12-125-M25 125 [100] 19103 WNAI00RSS12-245M100 | M12/12.522| 6 |24 [245/100145] 43 | 45 (4.1 |1.6
AG3-RSG12-155-M25 155| 25[130] 2304 [A100-RSG12-275-M100 275 [175 51/1.6
AG3-RSG12-185-M25 185|160 27005 [PMAI00-RSG12-240-M125 240 (115 4021
AG3-RSG12-150-M50 150/ [100] 2005 [E=JA00-RS612-270-M125 270/ 125(145 4324
AG3-RSG12-180-M50 180/ 50/130] 2.4]0.6 B2{A100-RS612-300-M125 300|175 53|24
AG3-RS612-210-M50 210, [160 2.8]0.8 [N A100-RS612-265-M150 265/ [115] 4130
AG3-RSG12-175-M75 175/ [100] 2.2]0.9 [ A100-RS612-295-M150 [295/150(145 4434
AG3-RSG12-205-M75 205 75/130] 2.6(1.0 [BIA100-RSG12-325-M150 325 (175 5434
AB3-RSG12-235-M75 12125122 6 |24 235 160] o | 45 (30113 [AI0DRSG12-250-M175 290 [115| 4343
AG3-RsG12-200M100 | 1212 200/ [100] 2.31.4 [ A00-RSG12-320-M175 [320/175(145 4646
AG3-RSG12-230-M100 230/100/130] 2.7 (1.6 [ A100-RS612-350-M175 350, [175 5646
AG3-RSG12-260-M100 260|160 3119 [AT00-RSG16-140-M25 (140 [115] 40102
AG3-RSG12-225-M125 225/ [100] 2521 [ A100-RSG16-170-M25 [170| 25(145| 4502
AG3-RSG12-255-M125 [255/125(130] 2.9 (2.4 [ A100-RSG16-200-M25 200|175 57102
AG3-RSG12-285-M125 285|  [160 3.3(2.7 [ AT00-RSG16-165-M50 165/ [115] 42]03
AG3-RSG12-250-M150 250/ [100] 2.6(31 [ A100-RSG16-195-M50 195 50(145| 4704
AG3-RSG12-280-M150 1280/150/130] 3034 [ A100-RSG16-225-M50 225|175 5904
AG3-RSG12-310-M150 310, [160 3.4/3.8 [ A100-RSG16-190-M75 190/ [115] 4505
AG3-RSG16-140-M25 140 25 2.8]0.2 [ A100-RSG16-220-M75 20| 75(145| 5006
AG3-RS616-165-M50 165 50 3204 [ A100-RSG16-250-M75 250 [175 6.106
AG3-RSG16-190-M75 190 75 36(0.6 [BIA100-RSG16-215-M100 215] (115 47008
AG3-RSGI6-215-M100 | |M16| 17 25| 6 |29 [215/100/115| 52 | 54 [2.8 0.0 [ A100-RSG16-245-M100 [245/100[145) 5209
AG3-RSG16-240-M125 5% 240/125 2.8(1.3 [ A100-RS616-275-M100 275|175 6.3/0.9
AG3-RSG16-265-M150 5 265|150 32(1.9 [ A100-RS616-240-M125 240/ (115 4911
AG3-RSG16-290-M175 5 290/175 3625 [MAORSGI6-270-M125 | |M16| 17 [25| 6 |29 [270|125(145| 52 | 54 5.4 1.3
AT00-RSG8-120-M25 120 | 95| 2.610.6 [ A100-RS616-300-M125 300|175 6513
A100-RSG8-150-M25 150/ 25/125| 2.9]0.8 [ A100-RS616-265-M150 265]  [115| 5.11.6
A100-RSG8-180-M25 180, /155 34108 [BA100-RS616-295-M150 [295/150[145) 56 1.8
A100-RSG8-145-M50 145/ | 95| 2615 [ A100-RS616-325-M150 325|175 6718
A100-RSG8-175-M50 175 50/125| 2.9 1.7 [ A100-RS616-290-M175 290/ [115] 53|22
P A100-RSG8-205-M50 205|  [155 3.4 1.7 [ A100-RS616-320-M175 [320/175(145 58|24
=1 A100-RSGE-170-M75 M8 |85 18|65 15 (170] | 9530 | 32 [2.7 /3.4 [ A100-RSG16-350-M175 350 [175 7.0|2.5
3 A100-RSG8-200-M75 200/ 75/125| 3.0(3.4 [ A100-RS616-315-M200 315 [115] 55 3.0
A100-RSG8-230-M75 230|155 3534 [A100-RS616-345-M200 345/ 200(145) 6.0 32
A100-RSG8-185-M90 185 | 95| 2.7 (45 [ A100-RS616-375-M200 375|175 72|33
A00-RSG8-215-M90 215/ 90[125| 3.0 49 [ A100-RS616-340-M225 340/ [115] 5739
A100-RSG8-245-M90 245|  [155 3548 [ A100-RSG16-370-M225 1370/ 225(145 6.3 42
A100-RSG8-200-M105 200/105| 95 2.816.3 [ A100-RS616-400-M225 400 175 74|42
W EEAER e J— 5 YT MHSK-A) M Standard e Coolant duct(HSK)
. o= = accessories
BEREH cEY25-SLEMELETA. l Caution e The Modular Mill is not a standard accessory.

e JILRAZ v REBLTHEDFEA.

o TEAICIEDEIAS—S VO INTTRENEY 25— VBB THEZ SR EE .

<] _ .
@ BIEEICDWLT About the rigidity value
EVaS—=)VSEimICTkef-m (9.8N) DRI A rigidity value represents the amount of deflection for the

HEZNIEHORILIETEZED D
yBERUCVE T, HiEDINEWVEE. Bt

DNHDOBEEDEVINIH T,

entire holder and tool when a bending load of 1 kgf (9.8 N) is
applied to the tip of the tool. The smaller the numerical value is,
the higher the rigidity and the more accurate the machining.

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

1kef (9.8N)

;

t@;j&um)
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Recommended Cutting Conditions

91455:—'?—[3% ?&F’Vﬁé—f@“ Red indicates primary recommended grade.

IE: DC Tool dia.
i HEEHATE s AHU/AHUM 10F%
Wigrﬁnja@tnal Reco}?qu%nded Cu%gﬁcjz?rﬂiﬂ;ns (D] 6'2*&9‘] 2 flutes ¢20'3*§Z7‘] 3 flutes ¢25'4*&7‘J 4 flutes ¢32'5*5Z3‘j 5 flutes
EEH | EomEE | EEH | XomE | EEM | x0@E | EEM | xoEE
min”! mm/min min”! mm/min min”! mm/min min”! mm/min
E#R A/ E0%E v | 3,180 | 570 | 2,390 | 1,080 | 1,910 | 1,150 | 1,490 | 1,120
— RIS THEE
il JS4060 | ZAEE oq veemminy | 120 ~ 200 (160) 120 ~ 180 (150)
RO 0.06 ~ 0.12 (0.09) 0.1~ 0.2 (0.15)
wE AL EEEn/E0#E v | 3,180 | 450 | 2,390 | 1,000 | 1,910 | 1,070 | 1,490 | 1,040
ez JS4060 WRE o vemminy | 120 ~ 200 (160) 120 ~ 180 (150)
S-C.SCM S HEDDED 0.05 ~ 0.1 (0.07) 0.08 ~ 0.2 (0.14)
S4B B/ %bEEy | 2,980 | 420 | 2,230 | 940 | 1,780 | 1,000 | 1,390 | 970
(RO JSa0eo DWEE s vominy | 120 ~ 180 (150) 120 ~ 160 (140)
SKD.SKT RO 0.05~ 0.1 (0.07) 0.08 ~ 0.2 (0.14)
EEsn/E0®Ew | 1,990 | 280 | 1,590 | 670 | 1,270 | 710 | 990 | 700
TUN—R4 T
(30~40HRC) | JP4120 | &g Sieed emiminy | 80 ~ 120 (100) 80 ~ 120 (100)
Pre-hardened steels —LHDED
RARDDRD 0.05 ~ 0.1 (0.07) 0.08 ~ 0.2 (0.14)
AF VLA B/ E0#E v | 4,970 | 1,190 | 3,980 | 2,030 | 3,180 | 2,160 | 2,490 | 2,110
Dryil T
orcncs | W10 | TR, i | 200~ 300 (250) 200 ~ 300 (250)
ry cutting N .
sus rARRDED 0.1~0.15(0.12) 0.15~ 0.2 (0.17)
27U B /%bEEy | 1,990 | 480 | 1,590 | 810 | 1,270 | 870 | 990 | 850
g\}?rﬁgsj]sus:tggls ;?ﬁ;gg E?Jﬁlljnléiégpeed ve(m/min) 80~120 (1 00) 80~120 (1 00)
t cutti sz .
sos R HEODED | 0.1 ~0.15 (0.12) 0.15~0.2 (0.17)
5 o EEsn/E0®E v | 2,980 | 540 | 2,230 | 1,000 | 1,780 | 1,070 [ 1,390 | 1,040
'Eaél i}é(nDSD 53?11235 TEE | mminy | 120 ~ 180 (150) 120 ~ 160 (140)
' reNRomED 0.06 ~ 0.12 (0.09) 0.1 ~0.2 (0.15)
A B/ E0#E v | 6,960 | 1,670 | 6,370 | 2,860 | 5090 | 3,060 | 3980 | 2,980
TSI BEE wHio  [pem
,Efﬁitwﬁ:]) SD5010 Cutting Speed ve(m/min) 200 -~ 500 (350) 200 -~ 600 (400)
uminum alloys
(wet conditon) rRARRDED 0.1 ~0.15(0.12) 0.1 ~0.2 (0.15)
FHUES B/ EDEE | 900 | 160 720 | 320 | 570 | 340 | 450 | 340
BRI =
fit%iifr:?ﬁ{/))s gq—ﬁl‘ls%oE gﬁ&?Speed ve(m/min) 30 ~ 60 (45) 30~ 60 (45)
wet conaition A .
Ti-BAIAV N 0.08 ~ 0.1 (0.09) 0.1 ~0.2 (0.15)
NEERpaE | Ezﬁr;/ oy | 800 | 160 640 | 190 | 510 | 200 | 400 | 200
ISIT%:;EEEEQ JM4160 Cuttin,\gh'sxpee\d ve(m/min) 30 ~ 50 (40) 30 ~ 50 (40)
(wet condition) rARRDED 0.07 ~0.13 (0.1) 0.07 ~0.13 (0.1)

[EE]GXO—FT+4J. JSO—T(VIRBERYvF VY —ICRIBULF B ADTTERLEEL

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

m‘ﬁ“%ﬁ:@%ﬂg Adjustment of cutting conditions

TERHUE. ITRNRICED B TEDRE L OEGHOREBHUELLDET,

+ Feed rate and spindle revolution must be adjusted to correspond to tool overhang and machining conditions.

RELJHISREZ 100% LT, FTRRZSEICIN TR G OREZTO TS,

* Please consider the standard cutting conditions as 100% and adjust the machining conditions by referring to the table below.

%'&Hj b% Overhang
<3DC |3DC~5DC| 5DC<

EMNTL Surfacing [El#524 n Rotation speed 100% 70% 50%

FBHIDANT Shoulder miling | %0 3RFE vr Feed rate 100% 70% 50%

. [E|#53% n Rotation speed 100% 70% 50%
&L Slotting —

EDIRE vf Feed rate 70% 50% 35%

iR i 100% 70% 50%

{BSIETH) Ramping [E#5#4 n Rotation speed b o b

EDRE vi Feed rate 80% 55% 40%




IE DC Tool dia.

0.1 ~0.2 (0.15)

AHU/AHUM/AHUB_15% -
@25-2HH 2 futes| @32-3H 3 futes| AO-ARH 4 fiutes| D O-B5IH 5 flutes| B 3-BHIH 6 futes| B O-7HH 7 fiutes | 1 00-8HH s fiutes|  Work material
s [Eoie| WM (D] G |aDAE| BUH |SoME| B [DAN| BN aDAE| BEN |Xowe
1,910 | 760 [1,490 | 900 [1,190 | 950 | 950 | 950 | 760 | 910 [ 600 | 840 | 480 | 760 |
120 ~ 180 (150) 120 ~ 180 (150) 120 ~ 180 (150)| i o0
0.15 ~ 0.25 (0.2) 58
1,910 760 | 1,490 [ 900 [1,190 | 950 | 950 | 950 | 760 | 910 [ 600 | 840 | 480 | 760 |szenoscm
120 ~ 180 (150) 120 ~ 180 (150) 120 ~ 180 (150) | Girbon stols &
0.15 ~ 0.25 (0.2) S-C.8CM
1,780 | 530 [1,390 | 630 [ 1,110 | 670 | 890 | 670 | 710 | 640 | 560 | 580 | 450 | 530 |4z
120 ~ 160 (140) 120 ~ 160 (140) 120 ~ 160 (140) |(300HBLLT)
0.1~0.2 (0.15) SKD. SKT
1,270 | 380 | 990 | 450 | 800 | 480 | 640 | 480 | 510 | 450 | 400 | 420 | 320 | 380 I
80 ~ 120 (100) 80 ~ 120 (100) 80 ~ 120 (100)|(30~40HRC)

Pre-hardened steels

0.15~0.25 (0.2)

3,180 | 1,270 | 2,490 | 1,490 | 1,990 | 1,590 | 1,590 | 1,590 | 1,260 | 1,520 | 990 | 1,390 | 760 | 1,220 | 25>/ 248
200 ~ 300 (250) 200 ~ 300 (250) 200 ~ 280 (240) %3;%?%@5
0.15 ~ 0.25 (0.2)
1,270 | 510 | 990 | 600 | 800 | 640 | 640 | 640 | 510 | 610 | 400 | 560 | 320 | 510 |zF>L =z
80 ~ 120 (100) 80 ~ 120 (100) 80 ~ 120 (100) é\t’v?tm.lz
0.15 ~ 0.25 (0.2) sus
1,780 | 710 [1,390 | 840 [1,110] 890 | 890 | 890 | 710 | 850 | 560 | 780 | 450 | 710 _—
120 ~ 160 (140) 120 ~ 160 (140) 120 ~ 160 (140) | Castirons
FC.FCD

5,090 | 1,730 | 3,980 | 2,030 | 3,180 | 2,160 | 2,550 | 2,160

2,530 | 2,580 | 1,990 | 2,370

1,590 | 2,160

7IEZULhAE

0.07 ~0.13 (0.1)

200 ~ 600 (400) 200 ~ 800 (500) 200 ~ 800 (500) | GEztHIH))
Aluminum alloys
0.1 ~0.25 (0.1 7) (wet condition)
570 | 170 | 450 | 200 | 360 | 210 [ 290 | 210 | 230 | 200 | 180 | 190 | 130 | 150 |Fyvas
RS
30 ~ 60 (45) 30 ~ 60 (45) 30 ~ 50 (40) | VTR
0.1~0.2 (0.15) TLBALAV
510 | 100 | 400 | 120 | 320 | 130 [ 250 [ 130 | 200 [ 120 | 160 | 110 | 130 | 100 |\imirmmas
30 ~ 50 (40) 30 ~ 50 (40) 30 ~ 50 (40) | GRE=CtDHI)

Ni based alloys
(wet condition)

ﬂﬁ?ﬂﬂ]'ﬁ“ Ramping

FIDETYINIDEWNcHDIERBEICHIBRNSOE T H, TRICRLET K3ICIR

© AHU(L)/AHUM 10% type

SWIEIPAUAIIBIC T FROEL THY A LI NCREDRAH I THERETT . - amm
Although ramp angle is Iin:ted due to cutting edge design, ;irect milling is possibI: without TEREDC Tooldia. |$#16| 320|021 |d25| 26| $30| $32|$ 35
pre-drill-hole with ramping and helical milling methods like next pictures. EXENEL Pé?nxé";%'&e 4° 3° 3 | 25°| 2.5°| 2° 2 [ 1.5
B#I 6 Ramp Angle NUABILE AU AR Hole Dia. [21~29|29~37|31~3939~47 | 41~49| 49~56|53~61|59~66
Hole Dia.
; ) / @ AHU(L)/AHUM 15% type -
e v) TERDC Toolda | $25 | 630 | 632 | 35 | $40 | 650
‘ —_—— ‘ sAERAG Mamn [ 5 | 4 ¢ |35 [ & 2
IEFHEDHI Ramping AU AIUEDH Helical milling AUFILITUR HoleDia. | 34~47 | 43~56| 47~60|54~66| 64~76|83~96
@ AHUB1 Sﬁé type
DS ¥ = q (mm)
A B2 LEQTER Atoniions on Saety TE&DC Toolda] 650 $63 $80 | 6100
OBEBUItIVL T (F REUAEE B A2 DB . PIFEBBIVEBICA>TEBSE B A(ESIFE G Neximum 2° 15° 1.0° 0.5°
BR/NABYET DT, CRAICEL T ORBICRENN—EBUS REAT ~ ——
REEDREEAERL. RO BIE THEEENETEAPBORLET, AUAIITUZE HoleDia.| 83~96 | 100~116 | 135~152 | 168~192

@FRIABMELDEDIZ ARKDBND'BYET D TEALZOTZE N,

(DThe steel chips may cause cuts, burns or damages to eyes. Be sure to install the safty cover
_around the tool and wear the safty glasses when carring out any works.
(2)Do not use non-water-soluble cutting oils.Such oils may result in fire.

[ER] OIARIMA 0 13 LEHEEBA R OMRICREL TIEEW,

9.

VAT TOEREREL
Q@QNEH LREBESNDOBSIITRERFTNILTIEEW,

[Note] 1The ramp angle 8 should be set within the ranges listed above. Use at ramp angles of
or less is recommended. @For hole diameters outside the ranges listed above, a
pilot hole should be drilled before milling.
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Recommended Cutting Conditions

(o] SD501 0‘::]:6 TJDE:WL\'%"Q&U&EEJ ﬁ“%ﬁ: Cutting conditions for cutting aluminum alloy and copper using SD5010
<TEHlD > shoulder cutting : @e=0.5DC

o s AHU/AHUM 10# type AHU/AHUB/AHUM 158 type
Mo e’ | 016] 020] 025 032 035 025 32 | 935 940 950 | 963 ] ¢80 9100
conditions  |(24) (3 H) ((44530) ((BHR) ((B8R)|(28K)| (3| (SR (448 H) [(B5#R) ((B61R) (74 1) (8K H)
2 Flutes 3 Flutes 4 Flutes 5 Flutes 5 Flutes 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes 6 Flutes 7 Flutes 8 Flutes
ElEREL
PILS=OLSSEMEM | n (min) 15,900 (15,900 {12,700 {11,900 {10,910 {12,000 | 9,950 | 9,090 | 9,500 | 7,640 | 6,060 | 5,970 | 4,770
Eparcedeh s 800| 1,000| 1,000| 1,200| 1,200 950| 1,000/ 1,000 | 1,200| 1,200 | 1,200 | 1,500| 1,500
i e | 4770] 7150| 7,620| 8920| 8,180( 4,800| 5970 | 5450 | 7,600 | 7,640 | 7,270 | 8,360 | 7,630
(B ) SDDEOR | 045 045 045 045 015 02| 02| 02| 02| 02| 02| 02| 02
Air-blow or wet: S
(Water—soluble agent ) i??ﬁntgb iAd 3 3 3 3 3 5 5 5 5 5 5 5 5
[BlEREL
ol 12,700 (12,700 {10,160 | 9,520 | 8,730 9,600 | 7,960 | 7,270 | 7,600 | 6,110 | 4,850 | 4,780 | 3,820
PILEZOLEEHEY | Fflf?;‘ )
Cast aluminum alloy material | YHSEE 640| 800| 800| 960| 960| 760| 800| 800| 960 960| 960 1,200 1,200
ACA4A, rvam
ADC12%, etc. =DEE | 3820| 5720| 6100| 7,140| 6,550 | 3,840 | 4,780 | 4,360 | 6,080 | 6,110 | 5820 | 6,690 | 6,100
IrJO—or PP
((gzblwhvk?&) LIIDDEDE | 045 045 045 045 015 02| 02| 02| 02| 02| 02| 02| 02
Water-soluble agent iglﬁ(r::]ntij)b A 3 3 3 3 3 5 5 5 5 5 5 5 5
n@?ﬁf&") 5970| 4,770| 3,820 | 2,980 | 2,730 3,820 | 2,980 2,730| 2,390| 1,910| 1,520 | 1,990| 955
Pure copper s 300| 300 300 300 300 300/ 300| 300| 300 300 300 300| 300
C1100, v
C1020% et EomE 11,790 2150| 2,290 | 2,240| 2,050 | 1,530 | 1,790| 1,640 | 1,910| 1,910 1,820 | 1,670 1,530
((Vv?ve?%'::.m‘lﬁ.)) b0E0E | 045| 045| 045| 045 015 02| 02| 02| 02| 02| 02| 02| 02
ater-soluble agen <
HABIDAH 3 3 3 3 3 s 5 5 5 5 5 5 5
[5;%“ O#HEIF . IMTRARICEDE T BRI —S UM EERLTLIEE 0, [Note] (DUse the appropriate coolant for the work material and machining shape. ae
@ DYHIZHRSIEIREOERERTEDTT . EROINT TIEINTH ‘LZATg‘es?tEondmons ?re for gerégraltgwdance;tm Ie!ctuaLmachlzlng clanmons
4*\ EE'\J\ 1)35%%%%%[:&D%ﬁi’ééﬁl%bt(t‘é’b\c sDLUdSitiones.parame ers accoraing 1o your actual macnine and work-piece
Q@BVHIDBZEIFEDEREZ 30% TFT(0.7F5LT) SERLIEEL, (3)When cutting grooves, reduce the feed rate by 30% (set it to 0.7 times the Tap
@L/D=4 Lt DIBEIFEEHEEDHER 60% FIFT (0.4E5LT) THER Draue shownabove). e the rotati d and feed rate by 60%
<fEELN (@When =4 or higher, reduce the rotation speed and feed rate by 60%
@Xja“J“J}lﬁ—l\"fﬂio)%w—@&1ﬁﬁﬁ<ﬁéb\o CHERICERL CR{RFE DD ‘:S)ﬁ:;tgr?rg :za%r?ir:gneeqsutirp‘;:zlafiﬁ\ Ssr;)llji\;;%gat?;zjes).- During use, be sure to wear
REDREEZBEALUC. T2 RIECEEINDBZESELLELET, protective equipment such as safety glasses, and always perform work in a
@E%E%fﬁfﬁq)@ﬁﬁﬁitﬂ}b\\BHL\%W(D%ﬁ[&{ﬁﬁﬁﬁ]ﬁ‘é?&@ﬁ%ﬂl:%ﬁ fﬁWilsfh(eeﬁnuvsili'r?nr;?;chine that cannot provide the rotation speed shown above
mfbt‘ ib%ﬁli{zflﬁ\?ﬁf%b—g(’z&?f\/_\o N . N = usetthe higr?est rotation speed possisle and calculatethe’f)eed rate using the’
OTERENBDZ—VY I F vy I DHFEOER LA TTEALEEWV. 578 fz value.
BN _EEERHF RO BRI BDE S X ERATT K EEIICEREL T, (7)Be sure to use this tool at rotation speeds within the acceptable range for
EDEE(S 2 BETHELTL T, 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.

O HD70101 /4 —M&BT 7774 RUOTNIZ) LA HMEIRG Cutting conditions for cutting graphite and cast aluminium alloy

I WS e AHU/AHUM 10% type AHU/AHUB/AHUM 157 type
Work material Recommended grade | Cutting conditions 16 »20~35 »25~50 $»63~80 »100
HElE
. C)?JEigLs{%egc 150~300 150~300 150~300 150~300 150~300
TS5T71 b m/min
: HD7010 TPy
Graphite —FHODZEDE f2
Fee% rate 0.10~0.20 0.10~0.20 0.1~0.25 0.1~0.25 0.1~0.25
mm.
__ s
PIV==0 L) TREE ve 200~500 200~500 200~600 200~600 200~600
ast aluminum alloy m/min
AC4A.ADC12% HD7010 o oma n
) Fecd rae 0.10~0.20 | 0.10~0.20 | 0.1~0.25 0.1~0.25 0.1~0.25
mm.

2] Omb I TRRICEDE T BES—5NEERL TR E L,
@ DYHIRERISVIHIZHEDERZRT HDTY . REEDIM I TIFIIAZAR. B89, EREMEICRDREZRELTIEEL,
@TDIEZTHERADIEE. BIET 2BRMEDHDET DT UMFHN—REDDR - REHEEZTERLTEE L,

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

(@These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
®sSince there is a danger of breakage when using this tool, be sure to use the cutting area cover, protective goggles, safety shoes, etc.



%Em U%tmﬁu%ﬁﬁ Overhang and Cutting Area

- UIEIRE : Ve=120m/min - #El# : S50C (220HB) - {ER#H : BTS50 M/C

Cutting Speed Work material Machine
AHU (L) 107 type AHU (L) 15% type
REHUE:2DC ! ! ! ! 3DC | REHUE3DC
Overhang 14 7 7 7 7 ——-- Overhang
_ AHU1016R-2 L7 R Lo\ [ ___| AHU1525R-2
& £ L 3CA0C fé Y — do___l___\4bC_ t---—| | ZEHLE4DC
= Vi g | | | Ve
®16 %é, AHUL1016R-2 ®25 %é’ Ll l} 77777 Tif?fjl 77777 }L 77777 | AHUL1525R-2
fz=01 | Hs fz=0.15 | DE o[- T [ I .
B3 DC: T2 B3 1 U 1 L DC:IEf
(mm#t) © Tool Dia. # (mmft) C 4 T T T ] TOEI:DEaE. &
1 S S N S
0 5 10 15 20 25
A& @e  Cutting Width(mm)
REHUE 2DC,3DC | REHULE1.4DC
Overhang T Overhang
= AHU1020R-3 = ; AHU1532R-3
S ﬁﬁbi:mc\soc N ¥ HUE:3DC.4DC
20 Bk § verhang 32 Bk § Overhang
¢ '.ge, AHUL1020R-3 ¢ 'rg‘g, AHUL1532R-3
fz=0.15 s fz=0.15 P
53 DC:IE®& 53 DC.IEf
(mm/t) °© Tool Dia. - (mm/t) ° Tool Dia. é
° 1 1 1 REHUE:3DC REHUE:1.5DC, 20C
77777 i,,,,,L,,,,J Overhang Overhang
_ 3 ! L | AHU1025R-4 . AHU1540R-4
o '|ITTTTT T T T T T T a
Y = HUE 4DC 8 e U 3DC
¢25 é’% -3y I I [ Overhang ¢40 gé % Overhang
- N Lo AHUL1025R-3 EY=! AHUL1540R-4
fz=0.15 | = £ N o oo fz=0.15 | =g
(mmit)y | B3 1 3 K DC:TER (mmity | B3 { DC:IE&
- i T I Tool Dia. Tool Dia.
- R
o 50 5 w0 2
YI5AHE @e  Cutting Width(mm)
. ] e L 3DC ; e UE: 2DC
| Overhang T Overhang
Aj ******* T AHU1032R-5 ~ = AHU1550R-5
QT 7|--—----- 1 Q£ !
- B i REHLE: 4DC & . REHLE: 3DC
2 § 7777777 ! verhang 5—% 77777 L ! o INPL ] | Overhang
o3 %%i ,,,,,,, ! AHUL1032R-4 | @90 %gg Z 1 P i AHUL1550R-4
fz=0.15 N ! fz=0.15 NE O TTTTTT [ .
B5 ol : DC:TRE 83 S R DC:TEf
(G P I L ToolDia () R T pTTTTTTTT ] " | Tool Dia. &
J — g I N S S N
0 8 0 10 20 30 40 50
YA @e  Cutting Width(mm) A Qe  Cutting Width(mm)

[(EE] 2o T Tl EEERESEC. IR CERERICEDE TREERRLTIRE L,

[Note] Please adjust the cutting condition with reference to the above-stated graph depending on the stiffness of a work piece or a machine.

. *ﬁﬁu*z Work material - S50C (220HB) . t)JﬁHiEE Cutting speed « Ve=100m/min

€15

=)VEHa

Cutting area of modular mill

* _Eﬁbmﬁb Feed rate + f2=0.1 mm/t

* {Em%m Machine - BTB0

RYLE Overhang 120mm

ZHUE overhang 150mm

Y USE overhang 200mm

9
I I I I
£ E 8- T o R £ 025V v +gR5AYR
z = P2 SO [ [ [ £ 25 shank + ¢25 head
5 g : : 3 g AHUM1025R-4
g g 6 -—-———{ 2020V 5+¢g20~wk H > ASC25-12.5-265-145
: I AN et | :
o o | -, o
916 | ¢ 020 | & ,f ) | __|ASC20-10.5-220-502 925 o
| I
8 R o g
s P [ (N s
= ] r ! =
5 - R N N — &
1 1 1
0 5 10 15 20
HAFHE @e  Cutting width(mm) Y5AHE @e  Cutting width(mm) ;A8 @e  Cutting width(mm)
9 ‘ 9 9
N | e w1
Y I Py HE £ o b---N_| 025577+ g25AIK ] T\ W i e [
£ $20 shank + $20 head ! £ b "Azsahﬁ”\‘k+“’25head £ 1 AHUM1030R-5 i
g7 [ AHUM1020R-3 = f-----—1 g 7F-- . 1025R-4 - -
@ ASC20-10.5-170-90Z } §' 7‘ ASC25-12.5-215-115 § ASC32-17-260-140 ‘r
2 6~ A 2 6\ g 6N\ -7/
- ] ! ! g | | z h i $259v U+ ¢30NvR
o F— T . N o T~ —Nu~ 7 (5] ] T~~~ | 32 shank + ¢30 head
P16Yv T+ p20 YR $25 shank + ¢25 head
920 & 4 - — — — | $20 shank + $20 head ¢25 & 4b-——- NNl - | AHUM1025R-2-M ®30 P R N N QE'(L:J%110232R226£A11}5
Il ! AHUM1020R-2-M8 X | I ASC20-10.5-220-! 502 0 i i 1 £.97£00"
gﬁ S~ 7\ T ASC168516030 !it Cl 4\ 77777 | - | | :Ef 3 77774\7777\ N | N \7777\ T
g o1 N\ [ /S E— NP IR S S N (/4 I g Ll 1 NI AL
p i | a2 | | ‘ | p | | | NG
[ S R 1= — = L S Poomoo k,,,,ﬂ,,\, B b - TSN S
1 1 1 1 1 1 1 1 1 1 1
0 5 10 15 20 0 5 10 15 20 25 0 5 10 15 20 25 30
YJAHFIE Qe Cutting width(mm) YAHIE @e  Cutting width(mm) YAFIE Qe Cutting width(mm)
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[Note] Please adjust the cutting condition with reference to the above-stated graph depending on the stiffness of a work piece or a machine.
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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 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.
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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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