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High-feed-rate type and high-cutting-depth type

Inserts for two types of bodies enable % [ Z‘ Eﬁ b‘ I—‘
taking full advantage of the capabilities of [ &

various machining centers. and Now more silent
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B breaker for lower cutting force and - Anti-vibration bodies
ASDF bodies for better anti-vibration pr
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~200HB A&M o] A& 45~50HRC
Stainless steels Cast irons Mild steels ~30HRC  30~40HRC 40~45HRC Hardened steels
Carbon steels ~ Carbon steels ~ Carbon steels 4>~ 50HRC
Alloy steels Alloy steels Alloy steels
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Features Large inserts with excellent durability

@ 161 A TESITMMOKREA 2 H—MIFEFSTIVEBRLET,

+ 16-size 7mm-thick large insert reduces breakage problems.

|B& 02 ASDFECASDHETA VT —NHAT
Features The same inserts can be set to both ASDF type and ASDH type.
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- One type of insert enables performing the two applications of high feed rate and high cutting depth.
+ Reduces tool management work.
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Features Dual-face insert is highly economical.

@ RETE8a—FDEANHEETT,
+ Top and bottom can be used for a total of 8 corners.
o 7."\7_'—0){5(' ‘ﬁ”’?‘y 7c Body usage map
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- Lineup of two types of bodies so you can select the appropriate one for your working environment.
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o ( ASDH# _asor type
*iUWi&&EtbﬂIﬁE%EH%?%%ﬁUi&b@(7" High-cutting-depth type for improved cutting efficiency by cutting large amounts
8 .ﬁm&&@tﬂﬁgﬁb‘tim#ﬁﬁm‘ © Work materials with large variations in cutting depth such as cast surfaces, etc.
OF—TJILEDDEHIFBRENIEIBIE @ Compatible with work environments where table feed rate is limited.
e @ If priority is on machined surface grade.
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High-feed-rate type with large cutting amount per flute improves cutting efficiency.
Compatible with high-efficiency roughing that takes full advantage of machine capabilities.
When priority is on durability for crushing cutting chips and interrupted cutting
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Line Up

(o) Rﬁ“B7l/—7J B breaker for lower cutting force O IREMDFIRT— Antivioration body ASDFSC:K
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B breaker for lower cutting force is now available. Anti-vibration bodies by unequal pitch.
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- Positive edge geometry realizes 10% lower cutting force than before. + Unequal pitch reduces a vibration which is a main factor of chattering.
- B breaker realizes better cutting performance in less rigidity set-up. + Less chatter vibration improve productivity.
C L —7 coreaker B JL/—7] B Breaker ’ EDEFETORFAYARE (6D) —4IEIFT Av— ‘
SNMU1607EN-C BRI—NK Comparison of the maximum depth of cut (L/D=6).
SNGU1607EN-C | temcose | SNMUTGO7EN-8 . -
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+ Suitable for general machining in steels Application . 7\7_'7117&]@@3& P P
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+ Suitable for stainless steel machining
L
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('_(,.. . Zj_'yljxﬂﬂ et G . Stable cutting (plane continious cutting)

Il —ARUDE (E2L \ERiTEDA)

ﬁ%ﬁ% Cast irons FC FCD " . General cutting (light interrupted cutting)
LT 41 (1 “=: )
%EE*Z Hardened steels “ ﬁsﬁgﬂﬁ; ((irl:i;)jm%%ét)ﬁng)

e AJD—FT 4T | 817479 GXOA—FT 1T B ; =
EmEI—R 8= AJ-Coating | J8-Coatng | - GX-Coating W& size(mm) N %;EZJ(%'S

] Item code Tolcelgasr;ce Shape | Suggested
} JP4120 | JM4160 | JS4045 | GX2120 | GX2140 IC T retail price(¥)
i SNMU1607EN-C | vz | ® | ©@ | @ | @ | @ Fig.1] 1,900
Sy d A SNMU1607EN-B M () [ o o o 16 6.6 |Fis.2| 1,900
Fig1 7L~ C Bresker 1 Fig2 BIL—78Besker | SNGU1607EN-C R | @ [ J o [ J [ J Fig.1| 3,000

OF : REFEBERTY. @ : Stocked Items.
[EBICXI—F4 V0, JSO—F« VI FBBERY v F VY —ICRIGLFEBADTTERLIEE L, [Note] Please note that the GX Coating and JS Coating don't cause a reaction in conductive touch sensors.

{-Jﬂ_ hwEL‘ﬁlj How to select inserts CIBFDADFET . Numeric figure in a circle

7[/_739*24* Breaker shape 2] J\% Application
SNU1 607EN‘C JLE General purpose %_E?R Primary recommendation

SN U1 607EN-B IR Low cutting force AT VU AR EDYINRDIAER L EIM (SE T Do itis suitable for materials such as stainless steels.
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apon q Parts IEFDADFET . Numeric figure in a circle .

B 9357TRU L7 RQUBEE(TERILEH]
Parts Clamp screw Wrench Screw anti-seizure agent
AR
Shape %
Eil\op! b= Z\opd ELI\TT EL)\TT
. BELLY | it () {5 () {5 () i3 (1)
torque Suggested R Suggested Equal or Suggested Suggested
Cutter body (N'm) | @l | g 160 Less than $160 | pdeidy) | ¢ 160LLE more than ¢160 | picdl) Pt
ASDF5R(M)-
ASDH5" REM;-’"’J 555-141 4.9 | 690 105-T20 2,120 105-T20L 2,120 P-37 1,010

[FR] 5V TRUIERRTY. HARRICKDRBREGIFELLETOTREHDORIRZSENRLET,

[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.

O ’fy#_l‘@&t;ﬁ*jllﬁ Insert replacement procedure
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- Corner change rotation direction @95 7TRUORIBBICREIEFLUAZRML. 4 Y —NeREARICRY TEHSEENL I TR TS, (#RRERT N2 4.9Nm)
—EER=aE (A fm B @I RICA VY — b EEERUHREICKERIEVC EZEBL T TS,
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Corner identification marks:

. B o (@ Clean the place where the insert will be attached so that there are no foreign materials such as cutting chip stuck on.
=AiepilNelmarsBotion] @ Apply anti-seizure agent to the thread portion of the clamp screw, and while pressing the insert against the restraint surface,
@ﬁ;ﬁﬁﬁlﬁ] tighten the screw to the appropriate torque. (Recommended tightening torque: 4.9Nm)
‘ (® After tightening, check that there are no gaps between the insert and the base or the restraint surface.
Restraint surface direction @ Change the insert corner by turning the insert counterclockwise direction.



AS”F type
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[  [High-feed-rate type]

CHIEFHADZF T Numeric figure in a circle

AL AT
Fig.1 (Z7—JUFE) (With air hole) Fig.2 (Z7—7UE&L) (Without air hole) Fig.3 (Z7—7U&L) (Without air hole)
Dc?(;‘r\lnjvﬁs ‘ DCDOHI\LIJMBS ‘ DCDgl\llJI\IIBIS
KWW, KWW, KWW,
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i CBDP i CBDP i cBDP
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i APMX ‘ APMX i o
S 2 N = D W
‘ oox | ‘ DCX : : DCX ‘
— ~F & Size (mm) P
i e o |_Toon DHUB| LF |CBDP o bcoNms | ocos | apwx | TR | feg | A gge(g’
flutes pc | bex kww | b Figure (ka) Inserts Rete(lllél?rlce
9 ASDF5063R-4 ® 4| 42| 63| 60| 50 | 19 8.4| 522225 | 17 3 |Fig.1] 0.7 77,660
| ASDF5063R-4U ® 4| 42| 63| 60| 50 | 19 8.4| 522225 | 17 3 |[Fig.1| 0.7 77,660
§ ASDF5080R-4 ® 4| 59| 80| 76| 63 | 32 |12.7 8| 31.75 26 3 |[Fig1] 1.3 85,050
g ASDF5080R-4U ® 4| 59| 80| 76| 63 | 32 |{12.7| 8| 31.75 26 3 |Fig1] 1.3 85,050
% ASDF5100R-5 ® 5 79/100| 96| 63 | 32 |12.7| 8| 31.75 26 3 |Fig1| 2.4 104,870
g ASDF5100R-5U ® 5 79100 96| 63 | 32 |12.7| 8| 31.75 26 3 |Fig1| 2.4 104,870
=E ASDF5125R-6 ® 6104125/ 100 | 63 | 38 |15.9| 10| 38.1 60 3 |[Fig.2| 3.0 130,210
\PE ASDF5125R-6U ® 6104125/ 100 63 | 38 |15.9| 10| 38.1 60 3 |Fig.2| 3.0 130,210
H:L: ASDF5125R-8U ® 8/104/125/ 100 | 63 | 38 |15.9| 10| 38.1 60 3 |Fig.2| 3.0 148,980
g N | ASDF5160R-8 ® 8/139/160(105| 63 | 38 [19.1| 11 |50.8 80 3 |Fig3| 4.3 172,440
g \r}(:ﬂ ASDF5160R-8U ® 8/139/160(105| 63 | 38 [19.1| 11 |50.8 80 3 |Fig3| 4.3 172,440
;i K/ ASDF5160R-10U | @| 10| 139] 160|105 | 63 | 38 [19.1| 11| 50.8 80 | 3 |Fig3| 4.3 gw‘ém ggggl'\\:—g 193,550
| |ASDF5063RM-4 |@| 4| 42| 63| 60| 50 | 20 [10.4|6.3 |22 17 | 3 |Fig1| 0.7 | SNMU1607EN-B | 77,660
Iﬁ:‘ % | ASDF5063RM-4U | @ | 4| 42| 63| 60| 50 | 20 |10.4| 6.3 | 22 17 3 |Fig.1] 0.7 77,660
E= % ASDF5080RM-4 ® 4| 59| 80| 76| 63 | 22 [12.4| 7|27 20 3 |Fig1] 1.5 85,050
‘§ ASDF5080RM-4U (@ | 4| 59| 80| 76| 63 | 22 (124| 7|27 20 3 |Fig1] 1.5 85,050
< | ASDF5100RM-5 ® 5| 79/100| 96| 63 | 32 |14.4 8|32 26 3 |[Fig1| 2.4 104,870
g ASDF5100RM-5U (@ 5| 79/100| 96| 63 | 32 |144| 8| 32 26 3 |Fig1| 2.4 104,870
< | ASDF5125RM-6 ® 6/104/125/100| 63 | 30 [16.4| 9| 40 56 3 |Fig.2| 3.0 130,210
5\"5 ASDF5125RM-6U | @| 6| 104|125/100| 63 | 30 |16.4| 9|40 56 3 |Fig.2| 3.0 130,210
E\\ ASDF5125RM-8U (@ | 8|104|125|100| 63 | 30 |16.4 91|40 56 3 |[Fig.2| 3.0 148,980
11| ASDF5160RM-8 ® 8/139/160|105| 63 | 30 |16.4 9140 68 3 |Fig3| 4.3 172,440
% ASDF5160RM-8U | @| 8/139|160|105| 63 | 30 |16.4| 9| 40 68 3 |Fig3| 4.3 172,440
ASDF5160RM-10U @ | 10/ 139|160| 105 | 63 | 30 |16.4| 9| 40 68 3 |Fig3| 4.3 193,550

O : EHEERTT. @ : Stocked ltems. [FE] 7—NBRLIIEBLEEA. [Note] Arbor screw is not included.
XASDFZId [TREBMEDCX] #HREREL LTV ET, ASDHEERERZOTIERL TIEEL,
$¢ ASDF type uses the maximum tool diameter DCX as the flute diameter standard. This is different than for ASDH type, so care should be taken.

BRI—RRREICTUI DB 71T Lld. FEDBIEVFELRYUET, Items with a "U" at the end of the item code have an unequal pitch.

IEECWE“@” Tool diameter and cutting power
5

1000 2
-’é\ 900 [— Pc[#8 FC250] Cast irons ?%ﬂ]ﬁ“%ﬁ ASDF}E(EED) ASDF type (High-feed-rate type)
£, sl Po[53288 S50C] Carbon stesls 0 o Reference Ve =180m/min fz=1.5mm/t apxae=1.0X 0.7DCX mm
ET 7004--e--Q [ o cutting condition I770— Air-blow
k] E8

2 600 —t15 5 e — 2= S w " 452332
®E w0 " 2Y  sEPURGICSIZETARTEOLBYHIBAPCOBHERTY. TAE
22 a0 @ 1, g2 EOBERELTTEALEEL,
%% 300 |—— — WS N TE AYER—RNEERRMETEELTV DR, REORELRLDBEDHDET,
Q a0 @@ | | -1 5 The chart shows the calculated results for required cutting power Pc for each tool diameter
= 100 [— — —1 —1 — — under the reference cutting conditions. Please use as criteria when selecting tool diameter.

0 L L L L 0 These values are calculated from general machinery conditions, and may be different from
0 63-4NT 80-4NT 100-5NT 125-6NT 160-8NT actual values.

T8 DCX(mm) Tool dia.
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Recommended Cutting Conditions

KIRFIFE—HEMETT,

AS”F”? ASDFtype [EiXb517T] High-feed-rate type Red indicates primary recommended grade.

*E'(EJ"JM ﬁﬁpﬁi ‘%ﬂ%{% _ﬂfbw ¢63-4*§Z§g 4 flutes (D80-4$5(§g 4 flutes ¢1 00-5*5(}] 5 flutes (D] 25-6*&7‘] 6 flutes ¢160-8$§Z3‘] 8 flutes

Work material |Recommended| ~Cytting fz(ﬁr?/t) CERE | EORE EERE | EDRE EERE | EDRE EERE | EOEE CERE | EOEE
grade speed feed rate n(min-) | Vimm/min)[ n(min) | Vimm/min)| n(min) | Vimm/min)| na(min) | Vimm/min)| n(mint) | Viimm/min)

—mREs A | X 810 4850 640 3820 510 3820 410 3670 320 3820

Mild steels GX2140|150~200|1.0~2.0

(200HBF) | JS4045 ve=160m/min fz=1.5mm/t ap=1.5mm ae=0.7 XDCX

SR S5z 710 ‘ 424o| 560 ‘ 334o| 450 ‘ 334o| 360 ‘ 3210 | 280 ‘ 3340

Carbon & Alloy GX2140 ~ ~

steels 100~180|1.0~2.0

(B0HRCILTF) JS4045 ve=140m/min fz=1.5mm/t ap=1.5mm &e=0.7 XDCX

FRER#M- S5 | Jp4120 610 ‘ 3640| 480 ‘ 2870| 380 ‘ 2870| 310 ‘ 2750| 240 ‘ 2870

Sarbon & Aoy | ;54045 [100~160 [ 1.0~2.0

(30~40HRC) | GX2140 ve=120m/min fz=1.5mm/t ap=1.5mm ae=0.7 X DCX

C’T\arbon&':'A"Oy JP4120 80~120 | 0.4~0.8 460 ‘ 1460| 360 ‘ 1150| 290 ‘ 1150| 230 ‘ 1100| 180 ‘ 1150

steels Js4045 . * .

(40~45HRC) ve=90m/min fz=0.8mm/t ap=1.0mm ae=0.7 XDCX

ZFVVAM | gM4160 460 ‘ 1820| 360 ‘ 1430| 290 ‘ 1430| 230 ‘ 1380| 180 ‘ 1430

Stainless steels JP4120 80~100]0.8~1.2

suUs ve=90m/min fz=1mm/t ap=1.0mm &ae=0.7 XDCX

& &% JP4120 810 ‘ 4850| 640 ‘ 3820| 510 ‘ 3820| 410 ‘ 3670| 320 3820

Cast irons GX2120/100~180 [ 1.0~2.0

FC, FCD JS4045 ve=160m/min fz=1.5mm/t ap=1.5mm ae=0.7XDCX

BEANSR 350 ‘ 570| 280 ‘ 450| 220 ‘ 450| 180 ‘ 430| 140 ‘ 450

':;[j:”ed JP4120 | 60~100|0.3~0.6

(45~50HRC) ve=70m/min fz=0.4mm/t ap=0.8mm &ae=0.7 XDCX

[EE] OGXA—F4YH, JSOA—FT+VJFBERY v F U/ YU—ICRIGLEBADTTERLEEL, ae

WHIM. MIRRICEDE T, BT -5V hEERLTIEE W, ) X T
COYBIRGRIZBIRGEOERERI HDTT, REOIMTTIE, MITRIR. BH. ERARMECIDREZRBLTIIZE N,

AT —hOZHREREDITV), BEDEMAICKDWBZRLELTIEE L, . .

PEHUIID < Tl REUAEEEZE S E PIFEHDVEBICA O TERIGET EIENHEDFT DO T, ERICERL I ZDEEICZ 2N/ (—%Z

BT REAAREEDREEZEAL. RETRIE CERENDLZBEVELET . a
OFKBEIHAIE, KKDBNDHOETDTHERLIENTLEE L, P
[Note] (Please note that the GX Coating and JS Coating don't cause a reaction in conductive touch sensors.
Use 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.

In order to avoid of insert breakage, please change insert earlier.
The 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.
(®Please don't use cutting oil as coolant.(It may be cause of fire.)

ASDF’BE’B‘*”"I‘CEH?Z)’;B When using ASDF type for shaping cutting
7073 L LOAFHIRERIF TERZSRIEE L,

Refer to the following for the flute tip condition definitions for programming.
J0OJS=2ZR Programming R definition = R6
HID5% UE Remains 1.33mm

MR TIF063,080 T0.5 A T @100 A ETIFTHFENT T EL,

XTERHUPRWMEE(L/ D 2 3)1dapZR@BLTTEL.

3%For slanted cutting using @ 63 or @80, perform at 0.5° or less.
Do not perform using @ 100 or larger.
3 When tool overhang length is long (L / D = 3), adjust ap.

Bl L& Remains 1.33mm

UIEIE e

Cutting performance

01 K%M S50C220H8) 2 | | 02 FUN-KVBA2HRO) 55| | 03 27U (SUS304) S

- I8 Tool : ASDF5063R-4 " TIE Tool : ASDF5063R-4 - IR Tool : ASDF5063R-4
EDHEISRM | 25— Insert : SNMU1607EN-C(JS4045) BDHISRMF | <5~k Insert : SNMU1607EN-C EDHEISRE | «>5— Insert : SNMU1607EN-C
Cutting Ve = 184m/min fz=1.5mm/t Cutting (JP4120#824 Equivalent to JP4120) Cutting (JM4160#82 Equivalent to JM4160)
Conditions apxae = 1 X 40mm T7 70— Air-blow Conditions Ve = 100m/min fz=1.0mm/t Conditions Ve =90m/min fz=0.8mm/t
apxae = 1 X 40mm I77 70— Air-blow apxae =1 X 40mm I7 70— Air-blow
0.6 0.6 - - - - - -
& 05 % F T -] ot A y— — R
EE Eg Eg | | | | | | | |
LE os L £5 £ g SN N U S B S ——. 2
[ [ I & ! ! ! !
28, gt B8, o ASDE . i il
g B B IR
© © @©
%E 0.2 'EE ;}EE 0.2f--f-F-------- -
£ = ﬁ | | |
0.1 0.1 /2=t 0 e el
150min# ! ! ! 48mints
%020 40 60 80 100 120 140 160 %020 40 60 80 100 120 140 160
EIHIBSE  Cutting time (min) EIHIESRE  Cutting time (min) EIHIBSR  Cutting time (min)

M REOT—AIHEBRBRO—PBITYI, ¥Drawings, data in tables, etc. are examples of test results.



ASDH,

A SD” type

23 [BiA&217]
|7 [High-cutting-depth type]

EHFHADZE T, Numeric figure in a circle .

Fig.1 (Z7—7UFE) (With air hole)

Fig.2 (Z7—yV&L) (Without air hole)

Fig.3 (Z7—7&L) (Without air hole)

‘ DHUB ‘ DHUB DHUB
‘ DTSNWS ‘ ‘ DCKOWI\‘JNMS ‘ ‘ DC}E‘JNI\‘;IMS ‘
s | . ‘T =
) CBDP ! CBDP ! CBDP
} LF ‘ LF ‘ LF
% \ APMX ‘ ‘
} %@4 | @%PMX T \ @%PMX
L e T s — T %o |f
DCX DCX DCX
~ 5 size(mm) — EINTT
BmI— R wE I8 TEZ F—1i& R [ognt | BRI VD — K | {HiA&(F)
Item code Stock f’l‘fj‘z'e‘;f Toolda. | DHUB| LF |CBDP|__Keywidh |HCONMS|DCCB|APMX| Shape (kg) Inserts Suggested
DC [DCX KWW[ b retail price (¥)
2 ASDH5063R-4 ® | 4|63 75| 60| 50 | 19 | 84| 5 |22225| 17 | 10 |Fig.1| 0.9 77,660
§ ASDH5080R-4 ® 4| 80| 92| 76 | 63 | 32 |127| 8 [31.75 | 26 | 10 |Fig.1| 1.7 85,050
é ASDH5100R-5 ® | 5(100(112| 96 | 63 | 32 |127| 8 |31.75 | 26 | 10 |Fig.1| 2.8 104,870
i ASDH5125R-6 ® | 6(125(137|100 | 63 | 38 |159 |10 | 38. 60 | 10 |Fig.2| 3.6 130,210
o § ASDH5125R-8 ® | 8|125(137|100 | 63 | 38 |159 |10 | 38.1 60 | 10 |Fig.2| 3.6 151,320
ig N\_\H ASDH5160R-8 ® | 8|160|172/105 | 63 | 38 |19.1 |11 |50.8 80 | 10 |Fig.2| 5.2 SNMU1607EN-C 172,440
n|&| ASDH5160R-10 ® 10(160(172|105 | 63 | 38 {19.1]11 |50.8 80 | 10 |Fig.2| 5.1 |snGu1607eEN-C | 193,550
\Q_\ g ASDH5063RM-4 | @ | 4| 63| 75| 60 | 50 | 20 |10.4| 6.3| 22 17 | 10 |Fig.1| 0.9 |SNMU1607EN-B| 77,660
!E % ASDH5080RM-4 | @ | 4| 80| 92| 76 | 63 | 22 |124| 7 |27 20 | 10 |Fig.1]1.8 85,050
% ASDH5100RM-5 | @ | 5(100(112| 96 | 63 | 32 |14.4| 8 |32 26 | 10 |Fig.1| 2.8 104,870
5 ASDH5125RM-6 | @ | 6(125(/137|100 | 63 | 30 [16.4| 9 |40 56 | 10 |Fig.2| 3.6 130,210
1\; ASDH5125RM-8 | @ | 8(125/137|100 | 63 | 30 [16.4| 9 |40 56 | 10 |Fig.2| 3.5 151,320
f?ﬂ' ASDH5160RM-8 | @ | 8(160(172(105 | 63 | 30 |16.4| 9 |40 68 | 10 |Fig.3| 5.2 172,440
& | ASDH5160RM-10 | @ | 10 |160|172 (105 | 63 | 30 |16.4| 9 |40 68 | 10 |Fig.3| 5.1 193,550
OF : REFEBERTY. @ : Stocked Items. [FE] 7—NBRCLRIEBLEtA. [Note] Arbor screw is not included.

¥ASDHEIZ [TBEHEDC] #HNREEELTVWET, ASDFEEBRRABZDTIERLTLIEEL,
¢ ASDH type uses the tool tip diameter DC as the flute diameter standard. This is different than for ASDF type, so care should be taken.

XASDHRZIBFERIN T ICIKERATEE A
$¢ASDH type cannot be used for shaping cutting.

IEECWE'“E” Tool diameter and cutting power

1000

c
€ 900 [~ Pc[###% FC250] Cast irons
= e 800 [ Pc[5k3R# S50C] Carbon steels 20
g S 0 --e--q —
S 3 600 s
gﬂliH § s00 @
%% 400 —9 —— o - —t10

= e = | ]
B2 a0 o @
Q 20—@ ————@ — — — — — —+ 5
=

100 {— — — — — — — —
! ! ! ! ! !
0 63-4NT 80-4NT 100-5NT 125-6NT 125-8NT 160-8NT 160-10NT

TE#& DC(mm) Tool dia.

Jamod Bumngy

(MY)0d LLRERA

ASDHH (FthiAd+) ASDH type (High-cutting-depth type)
Ve = 150m/min fz=0.3mm/t
apxa@e=5.0x0.7DC mm I7JO— Air-blow

SEURIRM
Reference
cutting condition

SEVHIRHICBITDETLERTEONEYEIEFIPCD
BHERCI, TERETDBERELVTCTEALIEE LY,
AHEF—RRIEHEBEMETERLTVD R, REOHIE
ERIFDHBEDHDET,

The chart shows the calculated results for required cutting power Pc for
each tool diameter under the reference cutting conditions. Please use
as criteria when selecting tool diameter.

These values are calculated from general machinery conditions, and
may be different from actual values.
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Recommended Cutting Conditions

KIRFIFE—HEMETT,

AS”””? ASﬂthpe (Etﬂﬁ\afﬁ"*f j] High-cutting-depth type Red indicates primary recommended grade.

*ﬁﬁu*?f }Eﬁffﬂi tJJﬁ]U;EE _3‘3;:?30@ ¢63-4*ﬂ7~] 4 flutes 0580-4*51;9 4 flutes (D] 00-5*&7‘] 5 flutes 0)1 25-6*&5’] 6 flutes 0)1 60-8*&5’] 8 flutes
e
Work material |Recommenced| & | 80 o | mome | mem | mome | Eem | mome | SEm | EomE | SEm | Eome

grade speed Feed rate n(min) | vimm/min)| n(min') | viimm/min)|[ n(min") [vimm/min)| n(min') | viimm/min)| n(min-) | vimm/min)
—ieiEsmE | 810 970 640 760 510 760 410 730 320 760
Mild steels GX2140 150~200 |0.1~0.5
(200HBLLT) | JS4045 ve=160m/min fz=0.3mm/t ap=5mm ae=0.7XDC
RS 710 850 560 670 450 670 360 640 280 670
Carbon & Alloy GX2140 100~18010.1~0.5
steels JsS4045 . . .
(30HRCLLTF) ve=140m/min fz=0.3mm/t a@p=4mm ae=0.7XDC
PERi-aEM | JP4120 610 490 | 480 380 | 380 380 | 310 370 | 240 380
Carbon &Alloy | 154045 [100~160 |0.1~0.3
(30~40HRC) | GX2140 ve=120m/min fz=0.2mm/t ap=4mm &e=0.7XDC
RS2
C,xarbon &E"A"oy JP4120 80120 |01 ~0.15 460 220 360 170 290 170 230 170 180 170
sltzzls JS4045 ’ ) .
(40~45HRC) ve=90m/min fz=0.12mm/t ap=3mm ae=0.7XDC
A7V | JM4A160 460 550 360 430 290 430 230 410 180 430
Stainless steels JP4120 80~100(0.1~0.4
sus ve=90m/min fz=0.3mm/t a@p=3mm &ae=0.7 XDC
5 % JP4120 810 970 640 760 510 760 410 730 320 760
Cast irons GX2120(100~180 [0.1~0.5
FC, FCD JS4045 ve=160m/min fz=0.3mm/t ap=5mm ae=0.7XDC
AR 350 170 280 130 220 130 180 130 140 130
;‘taefl:”e“ JP4120 | 60~100(0.1~0.15
(45~50HRC) ve=70m/min fz=0.12mm/t ap=2mm ae=0.7 XDC
[FE] OGXOA—F4VH, JSO—FT4VIRFBERY v F VY —ICRIGLFBADTTIERLIIZEE L, ae

@#HIM, MITRRICEDE T, BUFEI—SV hEERLTIEE L, —

AT DUHIRHRIZUVIHRHEDERERTHDTY, REOMI TR, MIHER. BN, ERABMECKORGEZFABLTIZEL,

@4 VY —bDIFREEDICITV. BEDERICKDMBERLELTILEEL,

OHHULIEID L Fld REIUEREZVHE S B RIFESHDVEBICASTEBIEIBNLGOE I DT, ERICELTIFZORRICREH/(—
ZEUTT AREAAREEDREEZBAL. REFRIBE CIERINBLZBBVBLET, ap

OFKBHEEGHIE. KKDBNHBODFITOTHEALBENTLEEL,

[Note] (DPlease note that the GX Coating and JS Coating don't cause a reaction in conductive touch sensors.

(@Use 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.

@In order to avoid of insert breakage, please change insert earlier.

(®The 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.

®Please don't use cutting oil as coolant.(It may be cause of fire.)

UIEIE BE

Cutting performance

01 ﬁ%fiﬁ S50C (220HB) Carbon steels 02 ﬁﬁ* FCZSO Castirons

TE Tool : ASDH5063R-4 TE Tool : ASDH5063R-4
115z = 1152 =
ggi?{¢ A4 —h Insert : SNMU1607EN-C(GX2140) gﬁi:dq: A4 —b Insert : SNMU1607EN-C(GX2140)
Conditions | V¢ = 220m/min fz=0.2mm/t apXae =2.0 X 40mm Conditons | Y¢=220m/min fz=0.2mm/t apXae = 2.0 X 40mm
T 77 70— Air-blow I777'0— Air-blow
06 06 ; ; :
s 05 & 05| ﬁ*ﬂ A;B;C GX2120
5 g ﬁ*ﬁA,B,c D ,JEJ g Conventional A,B,C
> = 04 Conventional A,B,C, > = 04 >
B o ; : [ /
Wwe o3 b w2 o3 » °
E S 02 / E 8 02 5
R R .| g ASDH
G ‘ ‘ ‘ ‘ ‘ ‘ : : ‘ ‘ ‘ ‘
% 20 20 50 50 100 20 40 160 % 20 20 50 50 700 20 0 160
EIHIBSRS  Cutting time (min) YIHIBERS  Cutting time (min)

XE REOT—AIHARBRO—FITI, *Drawings, data in tables, etc. are examples of test results.
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.

A B2EDTEE Atentionson Safety

1. B EDTEE
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A RHETEBEHRBEOLET,

(2) 14—ty L TEBICZHERT 2158 . TN UERF CEEMNGVIIISERL T,

2. RFIROTER

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

(2) f{iﬁﬁqﬂ:\ RELRBEN RELBER ESICEMHE LS T ZORBDOERERNT

7280,
3. ERALDIER

(1) YIHI T BB\ 3K OHE - BEEDHEIE, HSHUHHERBL THL TS,

(2) AR REROBUE L FILWMEEDIL EIFOBREL TTHBLIZEV TIHAZHN AZVEE
BRI OB /NSNS A HB IR T OMRICISU TEHIHISE %8 E (CRBL TTER
{EEL,

(3) 1Y —NIBHEDMFITY . EAPICIKIBL TRET BB AV BVET, £/ YIKTHRET
BZEN BNET ChODREME IFEE £ ¢, XEHZVBBICA-TAFESEIBIY
HYETNT, TREZHERABRZOABICERHIN—EMT ) REDP LDZOREELEERL
TRELBET COMEEEBEOVELET,

B PBROBROBZEZATIHMERLLEVTLEE L,
- AAGEMEIHIEIE, KK DBAD HNET DO TERLENTIEE N,

(4) TEEAROBHLISHAERLAY. BEELAWLEWTES Y,

4. TEICRAULT. R2 EORMES - RO S - TOMHRAF HUELLS| 7Y—5 1 W IVEATER N

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 REHBEHXMmEL-31-11 (E1—YvIEELE)LSkE)

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

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