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Powerful fo
Deep Milling

Ace Of The Direct
Milling

Suitable For

Three-dimensional/
Rough Milling

Standard Breaker
shape Shape

JP4105
P41 20 JP4120 Roughing
Applications @
o S4060
Jvia 100 S TE

L L
Stainless steels Cast irons Carbon steels  Pre-hardened steels Hardened steels Hardened steels
Alloy steels Havdened s\eels 45-55HRC 55-62HR(

AJ Coating series
O Features of AJ Coating series

- Employs an AITiN layer with a new composition created by increasing the Al ,
. Coating structure Welding-resistant and
content of conventional layers.

low-cutting-force
- Excellent wear resistance, chipping resistance, and heat resistance!

coating surface layer
O New technology!!

- 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. This reduces welding to the work and decreases cutting Corbide
force!

Coating with
excellent wear
resistance and
chipping resistance

PVD Technology  Grade for machining pre-hardened or hardened materials J P4 1 20

Features ’ Cutting performance

=
=

- 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.

Conventional B

Conventional A JP4120

o
IS

Flank wear VBmax(mm)
o
o

o
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O Strong fields Cutting length (m)

. . . Work material : P21(40HRC)
- Exhibits excellent cutting performance when machining pre-hardened or hardened Tool : ASRT5063R-4

steels with hardnesses of 30 to 50 HRC. o 10520
- Exhibits excellent wear resistance even on difficult-to-cut diecast tool steels or ve=90m/min  fz=0.8mm/t apxae=1x44mm
.. . . . . Dry 3%Single-flut til
precipitation-hardened stainless steels, or for finishing. v einglerile edting



Technology

PVD Technology

Grade for machining stainless-steel materials JM4 1 6 0

O Features | Cutting performance \

0.6
- Employs a carbide substrate with high toughness and the new "AJ Coating" to
improve wear resistance and chipping resistance when machining stainless-steel
materials.
- Employs AJ Coating with excellent welding resistance to reduce the welding to
work material that occurs when machining stainless steel materials.

Conventional

0.4
JM4160

0.2

Flank wear VBmax(mm)

Cutting length (m)

. Work material : SUS304
O Strong fields Tool : ASRS2032R-5
Insert : EPMTO603EN-8LF
+ Provides long tool life for general processing of stainless-steel materials. Cutting conditions :
ve=180m/min  z=0.5mm/t apXae=0.8X21mm
Wet *Single-flute cutting

PVD Technology  Grade for machining high-hardness materials JP 4 1 O 5H

O Features ’ Cutting performance

~ 06
+ Employs an ultra-fine cemented carbide substrate and the new "AJ Coating" to E
improve wear resistance. 8 04 i JP4105
- Excellent wear resistance when machining high hardness materials of 50HRC or s
higher. g 02

O Strong fields % 5 10 is

Cutting length (m)

- Hardened steels (50 to 60 HRC): SKD11, SKD61, SKH, SUS420, etc. Work material : SKDT1(61HRC) ool : ASRS2032-5
Insert : EPNWO0603TN-8
Cutting conditions :
ve=80m/min fz=0.2mm/t apXae=0.5X21mm
Dry % Single-flute cutting

PVD Technology / General purpose for steel JS 4045

O Features Layer structure JS Coating

+ JS4045 adopts heat resistant layer, reduces the crater wear by high-speed T T—
cutting. layer

- JS4045 adopts heat resistant substrate, reduces the wear and improves tool life.
+ Improves tool life on dry cutting. Wear resistant

layer

O Strong fields

Heat resistant

substrate
+ Continuous and light interrupted cutting of less than 35HRC dry cutting.
’ Wear graph after cutting SCM440 (32HRC) ‘ ’ Wear graph after cutting P20 (32HRC)
E o4 Cutting Conditions E o4 i Cutting Conditions
% o Conventonal Jsdods Work Matersl | SCM440(32HRC) % el iy JS4045 | vorkaterl | P20(32HRC)
c% Tool ASR5063-4 c% i Tool ASRS2016R-2
> oot Insert Model EDNW15T4TN-15 > o2f-mm b T Insert Model EPNWO0603TN-8
§ Cutting Speed | Ve = 180m/min § : Cutting Speed | V¢ = 180m/min
_3 L B e Speed per flute | fz = 1.5mm/t _3 L2l I o T Speed per flute | fz = 1.5mm/t
L_§ Cutting depth | apxae = 1.0 X 42mm § o | Cutting depth | @pxae = 0.5 X 13mm
50 100 150 Goolant Dry cutting 100 200 300 coolant Dry cutting
Cutting length (m) Single-flute cutting Cutting length (m) Single-flute cutting




Line Up

Numeric figure in a circle :_; and alphabetical character comes in a square{i.

DCdNMS

Item code Stock No.of Size(mm) Shape Inserts
flutes [pcx | bc | LF |pcows| r | LH | LS | D3
RDHWO0802MOTN
% ARS0020R ®| 2 |20 12 (13020 | 4 | 50 80| 18 RDMT0802MOTN
RDMTO0802MOEN
% ARS3025R ® | 2 |25 1514025 | 5 | 60| 80| 21 |Figd| 0o
% ARS3030R ®| 3 (302015032 | 5 | 70| 80| 26 ROMT10T3MOTN
% ARS3032R ®| 3 |32 22150 32| 5 | 70| 80| 28 ROMT10TSMOEN
5 [ ARS4040R ®| 3 |40 |28 (15032 | 6 | 50| 100 35 COHI1204MOTH
S | ARS4050R ®| 3 [50[38[150|32 | 6 | 50| 100] 45 ROMTIZ04NOTN
© | ARS4050R42 ®| 4 [50[38[150| 42 | 6 | 50| 100] 45
ARS5040R ® | 2 |40 |24 [150 |32 | 8 | 50[100][35]
ARS5050R ® | 3 |50 |34 150 |32 | 8 | 50| 100/ 44 | '®°| RoHw1604mOTN
RDMX1604MOTN
ARS5050R42 ®| 3 |50 3415042 | 8 | 50| 100]| 44 RDMX1604MOEN
ARS5063R ®| 3 |63 |47 [150 |32 | 8 | 50| 100] 58 R oMot
ARS5063R42 ®| 3 |63 |47 150|422 | 8 | 50| 100] 58
@ RDHWO0802MOTN
3 % ARLOO20R ®!| 2 |20 121|180 |20 | 4 | 100, 80| 18 RDMT0802MOTN
< RDMTO0802MOEN
5 % ARL3025R ®@| 2 |25 [15 [200| 25 | 5 [120] 80| 21 | _
c Fig.1| ROHW10T3MOTN
e % ARL3030R ® | 3 [ 30|20 [200]32| 5 [120] 80| 26 ROMTIOTSNOTH
€| _|*ARL3032R ®| 3 |32 |22 20032 | 5 [120] 80| 28 ROMTIOTSMOE
@ | 2 [ ARL4032R @ | 2 |32 2025032 | 6 |150] 100/ 28
3 RDHW1204MOTN
% ARL4040R @ | 3 |40 |28 |250| 32| 6 | 50| 200] 35 RDMT1204MOTN
% ARL4050R42 ® | 2 |50 |38 |250 | 42 | 6 | 50| 200] 45 ROMT1204MOEN
P RDHW1604MOTN
ARL5040R ® | 2 [40 |24 250 32 | 8 | 50200 35 |Fig.| ROHWIG04MOTN
ARL5050R42 ®| 3 |50 3425042 | 8 | 50| 200/ 44 RDMIX1604MOEN
RDMT1604MOTN
ARL5063R42 ( ] 3 63 | 47 | 250 | 42 8 50| 200 | 58 RDMT1604MOEN
RDHWO0802MOTN
% AREOO20R ®!| 2 |20 |12 |250| 20 | 4 | 130 120] 18 RDMT0802MOTN
RDMTO0802MOEN
o | ARE3025R ®| 2 |25 15 300 25 | 5 [180[120 21 | _ | ooraory
§ | ARE3030R ®| 2 [ 302030032 5 |180] 120] 26 ROMTIOTSUOTN
£ |3 ARE3032R ®| 3 (322230032 5 |180] 120/ 28
LIJ -.-
% ARE4032R @ | 2 [32 2030032 6 |180] 120/ 28 O 204MOTH
% ARE4040R ® | 2 [40 |28 (30032 | 6 | 50|250]35 | | ROMTio0auom
% ARE4050R42 ®| 2 |50 38 |300| 42 | 6 | 50|250]| a5 | = ROMT
% :With air-hole.
Clamp screw . . Clamp screw . Screw driver/
Parts for Inserts Clamp piece set | Clamp piece for Clamp piece Spring Wrench
Sh ——
ape g p— % Za g @ %
torque 7 Shape
Cutter body (N*m) B
ARS/L/EO020R 261-140 | 1.1 | CM3.5-141 . . . 10478 | A
ARS/L/E3025R~ARS/L/E3032R | 501-161 | 2.9 | CM3.5-141 104-T15 | A
ARS/L/EAOSR~ARS/L/EAOSOR(2)|  262-142 | 2.9 | CM4-141 — — — 104-T15 | A
ARS/LS040R~ARS/L5063R(2)| 223-141 | 4.9 — 215-192 200-150 | 715-201 | 105-T20 | B

[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.
@ : Stocked Items.



Modular type FiLi1)[ S

Numeric figure in a circle::.

LF

THSZMS

‘ DRVS
x 2] 3
8 S &
L1
T L2
No.of Size (mm)
ltem code Stock Inserts
flutes| pex | r LF |DCONMS|THSZMS|DHUB| L1 L2 |DRVS

%1 ARM0512R-2 ® |2 12 | 25 | 20 65| M6 | 9.8 | 55 (145 7
RDMWO0501MOEN

%1 ARM0512R-3 ® (3 12 | 25 | 20 65| M6 | 9.8 | 55 (145 7
ARMO0716R-2 ® |2 16 | 35 | 25 85| M8 (128 | 55 |17 10 | RDMW0702MOEN
ARMO0O20R-2 ® (2| 20 | 4 30 [10.5|M10|17.8 | 55 |19 15 | RDHW0802MOTN
RDMTO0802MOTN
% ARMO022R-2 ® (2| 22 |4 30 [10.5|M10|17.8 | 5.5 |19 15 | RDMT0802MOEN

ARM3025R-2 ® (2| 25 |5 35 125 |M12|20.8 | 5.5 |22 17

% ARM3028R-2 ® (2| 28 | 5 35 | 125 |M12 |23 5.5 |22 17
ARM3030R-3 ® (3|30 |5 40 |17 M16 [28.8 | 6 23 22 | RDHW10T3MOTN
RDMT10T3MOTN
ARM3032R-2 ® (2| 32 |5 40 |17 M16 | 28.8 | 6 23 22 | RDMT10T3MOEN

ARM3032R-3 ® (3] 32 |5 40 |17 M16 [28.8 | 6 23 22

% ARM3040R-4 ® (4] 40 | 5 40 |17 M16 [28.8 | 6 23 22

[Note] (DWhen ¥ and carbide shank are used together as a set, there is no interference. (2)%1 with tool dia. (DCX) of ¢12 do not have air holes.

(3Do not apply lubricants such as grease, etc. to the “contact faces” and “modular screws” of the “modular mill”, “dedicated shanks” and “dedicated arbor”.

Parts Clamp screw Clamp piece set Screw Driver anti-sgiiﬁ'vg agent
Shape
§ fastening % %
torque
Cutter body (N+m)
ARMO0512R- 240-140 0.4 — 104-T6
ARMO0716R-2 250-141 11 — 104-T8
ARMO020R-2 _ _ 104-T8
ARMO022R-2 261-140 1.1 CM3.5-141 104-T15
ARM3025R-2 P-37
ARM3028R-2
ARM3030R-3 501-161 2.9 CM3.5-141 104-T15
ARM3032R-<
ARM3040R-4

[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.

@ : Stocked Items.



Line Up

(M) AR5

Bore type ARB ‘ - Numeric figure in a circle:
DHUB DHUB
DCONMS DCONMS
| |
Qy | - Q) |2 e o
% w ; = | 4‘£
0CC8 - DCCB - o 4 J—-—]- o 1l - —
‘\ DC | r ‘\ DC 8 25
DCX ‘ DCX L 10 25
Fig.3 Fig.4 Fig.5 Fig.6
14 35 E‘O 5 10 30 14 36
Fig.7 Fig.8 100-211 Fig.9 Fig.10 600-211
No.of Size (mm)
Item code Stockf“'es AN Shape Inserts
. DCX| DC |DHUB| r | LF |DCONMS|DCCB|KWW | b |CBDP S
ARB4040R-3 |® | 3 | 40| 28| 32| 6 |50 (16 [13.5| 8.4 56| 19 | (e
ARB4050R-3 | ® | 3 | 50| 38| 48| 6 |50|22.225(17 | 8.4| 5 | 19 |"ivg
ARB4050R-5 |@® | 5 | 50| 38| 48| 6 |50|22.225(17 | 8.4| 5 | 19 |"ivg
ARB4050R-3M| ® | 3 | 50| 38| 48|6 (50 (22 |17 [10.4| 6.3| 20 |"tug
ARB4050R-5M| ® | 5 | 50| 38| 48| 6 |50 |22 17 [10.4] 6.3 20 |"tng
. |ARB4063R-4 | ® | 4 | 63 51| 61| 6 |50 |22.225/17 | 8.4| 5 | 19 ey Fig.3| RoHW1z0aMoTN
S |ARB4063R-6 |® | 6 | 63| 51| 616 50|22225(17 | 84| 5 | 19 || ™ ROMT1204MOTN
S |ARB4063R-4M| ® | 4 | 63| 51 616 |50 22 |17 [10.4| 6.3| 20 |“toe
& |ARB4063R-6M| ® | 6 | 63 51| 61|6 |50 (22 |17 [10.4| 6.3| 20 |"mey
g o [ARB4080R-4 |® | 4 | 80 68| 76| 6 |70 [31.75 [26 [12.7] 8 | 32 |"o®
2| 2 |[ARB4080OR-6 |® | 6 | 80| 68| 76| 6 |70(31.75 |26 |12.7| 8 | 32 |Nine
8| © [ARB4100R-5 | ® | 5 [100| 88| 96|6 |70 [31.75 |26 [12.7] 8 | 32 | MO
ARB4125R-6 | ® | 6 [125/113(102| 6 |70 [38.1 |55 [15.9 |10 | 38 | sy |Fig.4
ARB5063R-3 | ® | 3 | 63| 47| 61|8 |50 (2222517 | 8.4| 5 | 19 |"toe
ARB5080R-4 (@ | 4 | 80| 64| 76|8 [70(31.75 |26 [12.7| 8 | 32 |“io |Fig.3 ROHW160SMOTN
ARB5100R-5 (@ [ 5 (100 84| 96| 8 |70 (3175 |26 [12.7| 8 | 32 |"toay RDMT1605MOEN
ARB5125R-6 | ® | 6 [125/109(102| 8 |70 [38.1 |55 [15.9 |10 | 38 | (s |Fig.4
2 |AR5047R ®| 3| 63| 47| 47 |8 [47(22.225(16.5| 8.4| 5 | 19 | (e Fie. 3| RoHW1G0AMOTN
< | AR5080R ®| 4| 96| 80| 65|8 |63|31.75 (43 [12.7] 8 | 32 | Mo |7 ROMX|604MOTN
S |AR5100R ®| 5(116(100| 85| 8 |63 (381 |53 (15910 | 38 | firey Fig.4| FOMTIGOANOTN
= |AR5125R ®| 6 [141]125] 85|8 63381 |60 (15910 | 38 | 20, | =" |ROMT1604MOEN

[Note] Arbor screws for cutter as lours are not equipped with cutter bodies. AR5047R exceptionally has arbor screws (100-211).

Parts Numeric figure in a circle .

Clamp screw . . Clamp screw . Screw
PRI for inserts ki mogns)| CEmD ke for clamp piece SEL Bl anti-seizure agent
Sh
ape @
Fastening % % @ %
torque
Cutter body (N'm)
ARB4< R-:(M)| 262-142 2.9 CM4-141 — — — 105-T15
ARBS5:. R-{: 263-141 49 CM5-147 —_— — — 105-T20 P-37
AR5 R 223-141 49 — 215-192 200-150 715-201 105-T20

[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 @ : Stocked Items.



Numeric figure in a circle .

1.59

Fig.11 @E #

1

15°

238
@1
Fig.12 \§

4.76

2.38

5.56

=)

3.97

-
i 15°

476, . ‘
&, O .o © 9
Fig.1 I 15 Fig.16 ‘ 15 Fig.17 ‘ 15 Breakerless With breaker
Carbon steels | H M
M SUS, etc. - [l :General cutting, First recommended
FC+-FCD Cast irons [~ | [X]:General cutting, Second recommended
Hardened steels H H
ERHE N
Item code Tolcclegzgce < =2 = o o Shape Cutter body
n | o [Te) o = =
$18181218/85/5/8 |52
213/2|3|8|E|5|0|6|6]|%
RDMWO501MOEN  |Mbreakerless | @ | | @ ° ° Fig.11 | ARMOS12R-2
RDMWO0702MOEN M breakerless 0X J [ [ Fig.12| ARM0716R-2
RDHWO0802MOTN H breakerless [ BN ) ® gggggggg
Fig.13
RDMT0802MOTN M with breaker AL AL AR AN bl d ARMO0O20R-2
RDMTO0802MOEN [ ARMO0022R-2
RDHW10T3MOTN H breakerless [ ()
Fig.14
RDMT10T3MOTN M with breaker e 6 o o o o o o ARM3925R—2
RDMT10T3MOEN ) Y ARM3040R-4
RDHW1204MOTN H breakerless ® Y SR (42)
Fig.15 R(42)
RDMT1204MOTN , e & o o | o [ ] R
M with breaker SR=C(M)
RDMT1204MOEN -
RDHW1604MOTN H breakerless () ° R (42)
Fig.16 R(42)
RDMT1604MOTN _ { BN BN BN NN [ R(42)
M with breaker
RDMT1604MOEN  J ®
RDHW1605MOTN H breakerless o ®
RDMT1605MOTN | . |® o o ° Fig.17 | ARBSC:UR-
RDMT1605MOEN

$*¢Secondary recommended work material for RDMW0501MOEN: JP4105 and RDMWO0702MOEN: JP4105 are P (steel) and K (FC, FCD).
[Note] Please note that the JS Coating does not cause a reaction in conductive touch sensors.

@ : Stocked Items.

No Mark:Manufactured upon request only.



Line Up

The Shanks for Modular Mill

I Carbide Shank I Steel Shank
LF LF
LB1 LS
o = o LB1 LS
% al = % %) ()
g1 1=E= Eqf==:0f=gasscoess=ssszamoa o) = _ s
3 : S5 —————- 12
e \THSZWS g = S
C type THSZWS
B type
LF LF
LB1 LS
2 2 LB1 LS
§E: == ==-=-=-:-'_-=-e; ________ % g_ ‘_l; ‘\\‘ g
Z | e Qe Qe e, | 2
e THSZWS e 8I— @ F )
E type e THSZWS °
C type (Tapered neck)
ltem code |Stock Size (mm) g %lgéer wmt:l/n
DCOMS|THSZIS| LF [LBA1 | LS (BDA1 [ocoms| D1 || *° [arhoe LF
ASC12-65-14-242 | @ 74| 241 50 LB | L
ASC12-6.5-94-442 [ ] 94| 44| 50 )
6.5 M6 1M (12 115(c |2 |- 2 [ 2
ASC12-6.5-129-642 | @ 129| 64| 65 z Pg '%% T o S z
o1 1 e e}
ASC12-65-129-242 | @ 129| 24105 g8 \ 8
ASC16-85-95-30Z | @ 95| 30| 65 THSZWS
ASC16-8.5-120-552 | @ 120| 55| 65 D type
ASC16-8.5-140-75Z | @ | 8.5 M8 |[140| 75| 65 [14.5| 16 |155]|C| ¢16 [ O -
Size(mm) 0| cutter | Wit
ASC16-8.5-160-952 | @ 160| 95| 65 ltem code |Stock '_& body | tou
ASC16-8.5-160-30Z PS 160| 30130 DCONWS|THSZWS| LF (LB1 | LS |BD1|DCONMS| D 7
2 ASC20-10.5-120-502 | @ 120| 50| 70 AS12-6.5-84-4 ®| 65 M6| 84| 4/80(11 (12| — |B|#12]| —
10.5/M10 5|2 ] O -8.5-95- 8.5/ M8 | 95|15 |80 (14516 |155|C|#16| O
2 ASC20-10.5-220-120Z | @ 220(120 [100 185/ 20 1195/ 922
2 ASC20-105-270-150Z| @ 270150 120 AS20-105-100-20 | @ [105|10|100| 20 | 80 |18 | 20| — [0|%20| ©
2 ASC20-10.5-220-502 | @ 105/M10 220 50 170 185! 20 1195]c 620 o 25
%2 ASC20-10.5-270-50Z (@ | 270 220 ’ 622 AS25-12.5-115-35 | ® (125/M12(115|/35 | 80|23 |25| — |D 328 @)
%2 ASC25-12.5-145-65 | @ 145| 65| 80
e ACBAZSZSS | @, )y, 2181181000 | o %0 ass7-11030 | @ ¢§g
sz AsC25-125265-145 | @ |'2°| ™% 265 145 120 028 Hahs 17 |W6/110/ 30 80 28 | 32| = D) 4221 ©
%2 ASC25-12.5-315-195 | @ 315(195 {120
%2 ASC25-12.5-265-65 () 265 200 425 [Note] Commercial milling chucks can be used.
—65—23 |25 | — |E @)
sz ASC25-12531565 | @ | 22|12l 315] > [250 428
ASC32-17-160-80 [ ] 160| 80| 80
ASC32-17-210-110 | @ 210(110 |100 #30 I Steel Shank
ASC32-17-260-140 | @ |17 |M16|260(140|120(28 |32 | — |E[¢32 | O
ASC32-17-310-190 | @ 310(190 [120 (640) — LF =
ASC32-17-360-240 | @ 360240 [120
ASC32-17-260-80 [ ] 260 180 430 2
| €0V | 1oV ] ZE
ASC32-17-310-80 ® |17 [M16/310| 8023028 |32 | — [E|¢32 O 3
ASCR17-36080 | ® 360|  |280 640 5
- THSZWS
[Note] (MWhens«2 and31 (P5) 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 protrusion length be 200mm or less. For neck section or total length, additional machining to user specifications is possible.
Size (mm) i
Item code | Stock zemm CbL:)tLer w‘_Invthﬁt
DCONWS|THSZWS| LF | LB1 | LS | BD1 [DCONMS V|t
¢30
AS42-17-360-90| @ | 17 |M16| 360 | 90 | 270 | 28 | 42 | ¢32| O
¢40

[Note] Commercial milling chucks can be used.

e @ : Stocked items.



Modular Mill Arbor

I HSK - v 1 BT30
LB2 22 484
N | LBWL&_ .
~H — 3 T N
b © M) B %’* Wil s For neck section,
2 . @ additional machining to
§ “HSHKARS % BHTA2 | | BT30  yser specifications is
e 15 possible.
Size (mm) With/ Size (mm) With
Item code  |Stock without Item code  (Stock without
DCONWS|THSZWS | BD1 | ¢ DS | LB2 | LB1 |BHTA2|airhole DCONWS| THSZWS| BD1 | @ DS | LB2 | LB1 |BHTA2 |airhole
HSK-AB3-10.5-30-18 | @ 208 | 30| - 3 BT30-6.5-30-9.7 30 5 17°
HSK-A63-105-70-18 | @ 105! mM10| 18 25 70| 10 | 3 BT30-6.5-55-9.7 6.5| M6 9.7| 25 55 10 9.6°| —
HSK-AB3-10.5-70-188 ) 48 70 | 10 |12° BT30-6.5-80-9.7 80 | 10 | 6.2°
HSK-AB3-10.5-120-18 | @ 30.2 120 | 10 | 3° BT30-8.5-25-15 25 5 [20.6°
HSK-AB3-125-35-21 | @ 243 | 35| - 3 BT30-8.5-50-15 8.5 M8 | 15 30 | 50 | 10 [10.6°| O
HSKAGH256521 (@] 1p o | \r1o | pq |27.5] 65| 10 | 3 | o BT308575-15 75 | 10 | 6.6°
HSK-A63-12.5-65-215 : 48 65| 10 |12° BT30-10.5-20-18 20 5 |29.5°
HSK-AB3-125-115-21 | @ 32.7 115 | 10 | 3° BT30-10.5-45-18 10.5| M10 | 18 35 | 45 | 10 [13.7°| O
HSK-AB3-17-40-8 | @ 31.8] 40| - 3° BT30-10.5-70-18 70 | 10 | 8.1°
HSK-A63-17-60-8 |@ 17 M16 | 28 33.9 60| 10 | 3 BT30-12.5-15-21 15 5 [32.3°
HSK-AB3-17-60-28S 48 60 | 10 | 9.5° BT30-12.5-40-21 125 M12 | 21 40 40 | 10 [17.6° o
HSK-AB3-17-110-28 | @ 39.2 110 ] 10 | & BT30-12.5-65-21 . 65 10 9.8°
[Note] Coolant Pipe is attached. 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 [135°| O
Bore Type Arbor BT30-17-60-28 60 10 | 6.8°
[Note] When using the BT30 arbor for modular mills, determine the processing
l Arb conditions using the standard cutting conditions table as a general guide.
roor If vibrations are a concern due to the processing conditions, adjust conditions
DCONWS| — by 1.reducing cutting depth (ap) or 2.reducing per-flute feed rate (fz).
BD1
THSZWS JMH/
LB1 38 ‘
(With air hole) ‘
M10 M1 1 BT40
16| §zzgEsco=z=gl 24| pEIFE=TI===g) %0 LB2 27 654
10 25 16 35 LBt THSZWS -~
(With air hole) (With air hole) ‘ (With air hole) } o
Parts:100-174 Parts:100-213 Parts:600-211 THES ST o sFor neck section,
Size(mm) 2 e additional machining to
1ze(mm Weight| Arbor | Cutter z LH user specifications is
Item code Stk DCONWS|THSZWS| LB1 | BD1 | (kgf) | screw | body 3 possible.
BT50-2225- 5050 | @ 50 43 : ;
Size (mm) With/
BT50-22.225-100-50 | @ 100 5.0 Item code [t without
BT50-22.225-150-50 | @ |22.225| M10 | 150 a7 5.7 |100-174 ARB4050R-3 DCONWS |THSZWS| BD1 | ¢ DS | LB2 LB1 BH'I;AZ air hole
ARB4050R-5 BT40-6.5-30-9.7 30 5 117
BT50-22.225-200-50 | @ 200 6.4 0
BT40-6.5-55-9.7 6.5 M6 97 | 25 55 10 9.6°| _
BT50-22.225-250-50 | @ 250 7.1 BT40-6.5-80-9.7 : : 80 | 10 | 6.2°
BT50-22.225- 50-63 | @ 50 4.8 BT40-6.5-130-9.7 130 | 10 | 3.6°
B50-22.225-100-63 | @ 100 5.9 BT40-8.5-2519 25 | 5 |206°
025 e (150 70 |0 BTi0 8550-15 85 Mg |15 | 30 20101065 ¢
BT50-22.225-200-63 | @ i 200 8.1 : ARB4063R-6 BT4 0_8:5_1 5-15 125 10 3:70
BT50-22.225-250-63 | @ 250 9.3 BT40-10.5-20- 20 5 | 29.5°
BT50-22225-350-63 | @ 350 11.5 BT40-10.5-45- 105 M10 |18 | 35 45 10 [13.7°|
BT50-31.75- 8080 | @ 80 6.8 BT40-10.5-70- 70 | 10 | 8.1°
BT40-10.5-120-18 120 10 4.4
BT50-31.75-130-80 | @ 130 8.5 ARBAOGORA BT40-12.5-15-2 15 5 [323°
BT50-31.75-180-80 | @ |31.75 | M16 | 180 | 76 |[10.2 |100-213 ARBAOGOR BT40-12.5-40-2 12.5| M12 | 21 40 40 | 10 [17.6°| -
BT50-31.75-260-80 | @ 260 12.9 ’ BT40-12.5-65-2 ’ 65 | 10 | 9.8°
BT50-31.75-330-80 | @ 330 15.4 B :0' ;-5'11)5' 21 115 10 5;2"
BT50-31.75-80-100 | @ 80 8.3 b el s
BT50-31.75-130-100 130 11.1 sns BTAOT02 17 M6 |28 | 48 200 17 ©
BT50-31.75-180-100 | @ |31.75 | M16 | 180 | 96 |13.9 [100-213 ARBSH00RS BT40-17-110-28 1101] 10 [ 5.7
BT50-31.75-260-100 | @ 260 18.4 i
BT50-31.75-330-100 | @ 330 22.4
BT50-38.1-180-125 | @ 180 14.8 ARBHIZRE
BT50-38.1-260-125 | @ [38.1 | M20 | 260 | 98 |[19.7 |600-211 ARBSIZ5R.6
BT50-38.1-330-1%_| @ 330 24.0 BI25R-

[Note] Arbor screw is attached on an arbor. Screws for cutters as lours are not
equipped with cutter bodies.

@ : Stocked items.

No mark : Manufactured upon request only.



Line Up

H ECaution
®Ct ¢C 10 # Some of the indexable end mills cannot be attached to the RED
) Cz—l screw arbor. Please check your indexable end mills for conformance
Yy to the dimensions, or please contact MOLDINO Tool Engineering,
Ltd.
I e Because cutting resistance is greater than the tool holder connection

G
i<l
v

— = 7'—
]

oD force associated with the machine spindle, please reduce the
recommended cutting conditions by 50% for the RED screw arbors
marked with . Otherwise, the tool holder shank may experience
fretting corrosion or fall out of the machine spindle.

L Dimensions for the Modular
Mill mounting

x Size(mm) Rigy o Size(mm) Rigidty
o Weight | Value o Weight | value
Iltem code % (kg) | (um) Iltem code % (kg) | (um)
G |@D|H|H1|oC| L | M| L1 |pCi|oC2 5% G |@D|H|H1|oC| L | M| L1 |oC1|oC2 59
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 |165] 1115 4.4/0.8
BT40-RSG8-165-M25 165 140 2.1/0.8 BT50-RSG10-195-M50 1195| 50|145| 4.710.9
BT40-RSG8-130-M50 1130 | 80| 1.4[1.5 BT50-RSG10-225-M50 225 175 5.7]1.0
BT40-RSG8-160-M50 1160| 50|110| 1.8[1.7 BT50-RSG10-190-M75 1190 1115 45]1.6
BT40-RSG8-190-M50 190 140 2.1]1.8 BT50-RSG10-220-M75 |220| 75|145| 4811.7
BT40-RSG8-155-M75 |155] | 80| 1.5]3.1 BT50-RSG10-250-M75 250 175 5.8/1.8
BT40-RSG8-185-M75 M8 |8.5(18|6.5|15|185| 75/110/30 |32 |1.9/3.4 BT50-RSG10-215-M100 M10110.5/22 6.5 19 |215] 1115 36 | 38 45]2.7
BT40-RSG8-215-M75 215 140 22|35 BT50-RSG10-245-M100 o ) ) 1245|100|145| 4812.9
BT40-RSG8-170-M90 1170 1140| 1.5]4.5 BT50-RSG10-275-M100 275 175 5.8]2.9
BT40-RSG8-200-M90 |200| 90|110| 1.9 4.8 BT50-RSG10-235-M120 |235] 1115 46/3.9
BT40-RSG8-230-M90 230 140 2249 BT50-RSG10-265-M120 1265|120|145| 49/4.2
BT40-RSG8-185-M105 1185 | 80| 1.6 6.2 BT50-RSG10-295-M120 295 175 59/4.2
BT40-RSG8-215-M105 1215]105|110| 2.0/6.7 BT50-RSG10-255-M140 |255] 1115 4.7|5.5
BT40-RSG8-245-M105 245 140 2.3/6.8 BT50-RSG10-285-M140 |285|140|145| 5.0/5.8
BT40-RSG10-125-M25 1125 1100| 1.8]0.4 BT50-RSG10-315-M140 315 175 6.0/5.8
BT40-RSG10-155-M25 1155| 25|130| 2.2]0.5 BT50-RSG12-140-M25 1140 1115 46/0.2
BT40-RSG10-185-M25 185 160 2.4|0.7 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 5.8/0.4
BT40-RSG10-180-M50 1180| 50130| 23]1.0 BT50-RSG12-165-M50 |165] 1115 4.710.5
BT40-RSG10-210-M50 210 160 25]1.2 BT50-RSG12-195-M50 1195| 50|145| 5.1]0.6
BT40-RSG10-175-M75 1175] 1100| 2.0]1.6 BT50-RSG12-225-M50 225 175 5.9|0.6
BT40-RSG10-205-M75 M10[10.5/22 6.5 |19 [205| 75|130|36 | 38 (2.4 1.8 BT50-RSG12-190-M75 1190 1115 49/0.8
BT40-RSG10-235-M75 235 160 26/2.0 BT50-RSG12-220-M75 |220| 75|145| 5.3]1.0
=4 BT40-RSG10-200-M100 1200 1100| 2.0]2.7 BT50-RSG12-250-M75 250 175 6.1]1.0
=4 BT40-RSG10-230-M100 1230{100|130| 2.4/3.0 BT50-RSG12-215-M100 |215] 1115 5.0/1.3
BT40-RSG10-260-M100 260 160 26|33 BT50-RSG12-245-M100 M1212.5/22| 6 |24 (245/100(145|43 |45 |5.4 1.5
BT40-RSG10-220-M120 1220 1100| 2.1]4.0 BT50-RSG12-275-M100 275 175 6.2]1.6
BT40-RSG10-250-M120 1250(120130| 25]4.3 BT50-RSG12-240-M125 1240 1115 52|21
BT40-RSG10-280-M120 280 160 2.7/4.6 BT50-RSG12-270-M125 1270]125|145| 5.6/2.3
BT40-RSG12-125-M25 1125 1100| 2.0/0.3 BT50-RSG12-300-M125 300 175 6.4]2.4
BT40-RSG12-155-M25 1155| 25|130| 2.4]0.4 []BT50-RSG12-265-M150 1265 1115 5.3/3.0
BT40-RSG12-185-M25 185 160 2.7]0.5 BT50—RSG12—295-M150 1295|150|145| 5.7/13.3
BT40-RSG12-150-M50 1150 1100| 2.1]0.5 BT50-RSG12-325-M150 325 175 6.5]3.4
BT40-RSG12-180-M50 1180| 50130| 25]0.7 BT50-RSG12-290-M175 1290 1115 55]4.2
BT40-RSG12-210-M50 210 160 2.8/0.9 BT50-RSG12-320-M175 1320(175|145| 5.9/4.6
BT40-RSG12-175-M75 1175 1100| 2.3]0.9 BT50-RSG12-350-M175 350 175 6.7 4.6
BT40-RSG12-205-M75 M12[12.5/22| 6 |24 |205| 75/130| 43 | 45 |2.7 |11 BT50-RSG16-140-M25 1140 1115 48]0.2
BT40-RSG12-235-M75 235 160 3.0/1.3 BT50-RSG16-170-M25 |170| 25|145| 5.4|0.2
BT40-RSG12-200-M100 1200 1100| 24|1.4 BT50-RSG16-200-M25 200 175 6.6/0.2
BT40-RSG12-230-M100 1230/100|130| 2.8]1.6 BT50-RSG16-165-M50 1165| 1115] 5.0/0.3
BT40-RSG12-260-M100 260 160 31019 BT50-RSG16-195-M50 1195| 50|145| 5.6|0.4
BT40-RSG12-225-M125 |225] 1100| 26|21 BT50-RSG16-225-M50 225 175 6.8/0.4
BT40-RSG12-255-M125 1255]125|130| 3.0/2.4 BT50-RSG16-190-M75 1190 1115 5.3]/0.5
BT40-RSG12-285-M125 285 160 33|28 BT50-RSG16-220-M75 |220| 75|145| 5.9/0.6
BT40-RSG16-125-M25 125 25 2.6/0.2 BT50-RSG16-250-M75 250 175 7.0/0.6
BT40-RSG16-150-M50 150] 50 2.8/0.3 BT50-RSG16-215-M100 |215] 1115 5.5]0.7
BT40-RSG16-175-M75 M16| 17 |25| 6 |29 |175] 75/100| 52 | 54 |3.0|0.5 BT50-RSG16-245-M100 |245|100|145| 6.1]0.9
BT40-RSG16-200-M100 200|100 3.2/0.8 BT50-RSG16-275-M100 275 175 7.2]0.9
BT40-RSG16-225-M125 3 225|125 3.4]1.2 BT50-RSG16-240-M125 1240 1115 5.711.1
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 1150| 25|125| 4.3]0.7 BT50-RSG16-300-M125 300 175 7.411.3
BT50-RSG8-180-M25 180 155 4.810.7 BT50-RSG16-265-M150 1265 1115 59/1.6
BT50-RSG8-145-M50 1145 | 95| 4.0]1.5 BT50-RSG16-295-M150 1295|150|145| 6.5]1.8
BT50-RSG8-175-M50 |175| 50|125| 43]1.7 BT50-RSG16-325-M150 325 175 7.711.8
BT50-RSG8-205-M50 205 155 4811.7 BT50-RSG16-290-M175 1290 1115 6.1]2.2
BT50-RSG8-170-M75 1170 | 95| 41131 BT50-RSG16-320-M175 1320(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 79|25
= BT50-RSG8-230-M75 230 155 49|34 BT50-RSG16-315-M200 1315] 1115 6.3/3.0
L4 BT50-RSGS-185-M90 1185] 1155| 49 4.4 BT50-RSG16-345-M200 1345|200 145| 6.9]3.2
BT50-RSG8-215-M90 |215| 90|125| 44148 BT50-RSG16-375-M200 375 175 8.1/3.3
BT50-RSG8-245-M90 245 155 4948 BT50-RSG16-340-M225 1340 1115 6.5]3.9
BT50-RSG8-200-M105 1200 | 95| 4216.2 BT50-RSG16-370-M225 1370(225|145| 71141
BT50-RSG8-230-M105 1230|105 |125| 45|6.6 BT50-RSG16-400-M225 400 175 8.3/4.2
BT50-RSG8-260-M105 260 155 5.0 /6.6 [P#§A63-RSGB-105-M25 |105] | 80 1.3]0.6
BT50-RSG10-140-M25 M10105/22 6.5 19& 251175 36 | 38 4.310.4 [K=]A63-RSG8-135-M25 M8 |8.5(18|6.5|15|135| 25/110/30 |32 {1.4|0.7
BT50-RSG10-170-M25 i ) ) 170 145 4.6]0.5 A63-RSG8-165-M25 165 140 1.9/0.8

m No mark : Manufactured upon request only. Delivery time is about ten days after an order received.



x Size(mm) Rigdy ~ Size(mm) Rigity
5] Weight | Valug 5] Weight | value
Iltem code % (kg) | () Item code % (kg) | (m)
G |¢D|H|H1|¢C| L | M| L1 |@Ci|@C2 o} 2 G |¢D|H|H1|¢C| L | M| L1 |9Ci|@C2 0¥
A63-RSG8-130-M50 130 80 1.3[1.5 A100-RSG8-230-M105 230 125 3.116.7
AG3-RSG8-160-M50 160| 50[110] 1.4[1.7 WAI00-RSGE-260-Mi05 | | M |85 1816515 56511051955 30 | 32 136 66
A63-RSG8-190-M50 190 140 1.9(1.7 A100-RSG10-140-M25 1140 1115 3.1/0.4
A63-RSG8-155-M75 |155] | 80| 1.413.1 A100-RSG10-170-M25 1170] 25|145| 35|05
A63-RSG8-185-M75 |185| 75|110| 1.5(3.4 A100-RSG10-200-M25 200 175 44105
A63-RSG8-215-M75 215 140 2034 A100-RSG10-165-M50 165 115 3.2/0.8
AG3-RSG8-170-M90 M818.511816:5 15 19011 50| 30 | 32 [2.0{4.4  [A100-RSG10-195-M50 195| 50[145| 36/1.0
A63-RSG8-200-M90 |200| 90|110| 1.5]4.8 A100-RSG10-225-M50 225 175 45]1.0
A63-RSG8-230-M90 230 140 2.0/4.9 A100-RSG10-190-M75 1190 1115 33]1.6
A63-RSG8-185-M105 |185] | 80 1.5]6.2 A100-RSG10-220-M75 |220| 75(145| 3.711.8
A63-RSG8-215-M105 1215]105|110| 1.6 6.6 A100-RSG10-250-M75 - 250 175 4618
AG3-RSG8-245-M105 245|140 2.1 6.7 [MAl00-RsGI0-215-Mi00 | |“10105|22(6.5 19 oqs 19795 36 | 38 [33727
A63-RSG10-125-M25 1125 1100 1.6 0.4 A100-RSG10-245-M100 |245/100(145| 37129
A63-RSG10-155-M25 |155| 25|130| 1.9]0.5 A100-RSG10-275-M100 275 175 4629
A63-RSG10-185-M25 185 160 2.3]0.6 A100-RSG10-235-M120 1235 1115 34140
A63-RSG10-150-M50 1150 1100 1.7]0.8 A100-RSG10-265-M120 |265/120(145| 3.8/4.2
A63-RSG10-180-M50 1180| 50|130| 2.0/1.0 A100-RSG10-295-M120 295 175 4.7 4.2
A63-RSG10-210-M50 210 160 241.2 A100-RSG10-255-M140 1255 1115 35|5.6
A63-RSG10-175-M75 1175 1100 1.8[1.6 A100-RSG10-285-M140 |285/140(145| 3.9|5.8
A63-RSG10-205-M75 |205| 75|130| 21018 A100-RSG10-315-M140 315 175 4.815.8
A63-RSG10-235-M75 \ 235 160 25]2.0 A100-RSG12-140-M25 1140 1115 3.4/0.3
A63-RSG10-200-M100 M10110.5/2216.5|19 1200/  [100] 36|38 18127 A100-RSG12-170-M25 [170] 25[145] 3.7]04
A63-RSG10-230-M100 1230{100|130| 21129 A100-RSG12-200-M25 200 175 4.710.4
A63-RSG10-260-M100 260 160 25|3.2 A100-RSG12-165-M50 1165 1115 35|05
A63-RSG10-220-M120 |220| 1100] 1.94.0 A100-RSG12-195-M50 1195| 50|145| 3.8/0.6
A63-RSG10-250-M120 1250{120|130| 22]4.2 A100-RSG12-225-M50 225 175 4.80.6
A63-RSG10-280-M120 280 160 26|45 A100-RSG12-190-M75 1190 1115 3.7/0.8
A63-RSG10-240-M140 1240 1100 2.0/5.6 A100-RSG12-220-M75 |220| 75|145| 4.0/1.0
A63-RSG10-270-M140 1270]140|130| 2.3/5.9 A100-RSG12-250-M75 250 175 5.0 [1.0
A63-RSG10-300-M140 300 160 2.7]6.2 A100-RSG12-215-M100 1215 1115 38|14
A63-RSG12-125-M25 1125 1100 1.9/0.3 A100-RSG12-245-M100 M1212.5/22 | 6 |24 (245/100({145|43 |45 4.1 1.6
A63-RSG12-155-M25 |155| 25|130| 2.3/0.4 A100-RSG12-275-M100 275 175 5.1[1.6
A63-RSG12-185-M25 185 160 2.7]0.5 A100-RSG12-240-M125 1240 1115 4.0]21
A63-RSG12-150-M50 1150] 1100 2.0]0.5 A100-RSG12-270-M125 1270]125|145| 4324
A63-RSG12-180-M50 |180| 50|130| 2.410.6 A100-RSG12-300-M125 300 175 5.3(2.4
A63-RSG12-210-M50 210 160 2.8/0.8 A100-RSG12-265-M150 1265 1115 4113.0
A63-RSG12-175-M75 1175 1100 2.2]0.9 A100-RSG12-295-M150 1295|150|145| 44134
A63-RSG12-205-M75 |205| 75|130| 2.6/1.0 A100-RSG12-325-M150 325 175 5.4 3.4
A63-RSG12-235-M75 M121125/22| 6 |24 235 160 43 | 45 3.0/1.3 A100-RSG12-290-M175 1290 1115 43143
A63-RSG12-200-M100 - ’ 1200 1100 23]1.4 A100-RSG12-320-M175 1320]175|145| 46)4.6
A63-RSG12-230-M100 1230/100(130| 2.711.6 A100-RSG12-350-M175 350 175 5.6 4.6
A63-RSG12-260-M100 260 160 31019 A100-RSG16-140-M25 1140 1115 4.0/0.2
A63-RSG12-225-M125 |225] 1100 25|21 A100-RSG16-170-M25 |170] 25|145| 45]0.2
A63-RSG12-255-M125 1255|125|130| 29|24 A100-RSG16-200-M25 200 175 5.7]0.2
A63-RSG12-285-M125 285 160 33|2.7 A100-RSG16-165-M50 1165 1115 42103
A63-RSG12-250-M150 1250 1100 2.63.1 A100-RSG16-195-M50 |195| 50|145| 4.710.4
A63-RSG12-280-M150 1280(150|130| 3.0/3.4 A100-RSG16-225-M50 225 175 5.9 /0.4
A63-RSG12-310-M150 310 160 3.4/3.8 A100-RSG16-190-M75 1190 1115] 45|05
A63-RSG16-140-M25 140] 25 2.8]0.2 A100-RSG16-220-M75 |220| 75|145| 5.0 0.6
A63-RSG16-165-M50 165] 50 3.2|0.4 A100-RSG16-250-M75 250 175 6.10.6
A63-RSG16-190-M75 190 75 3.6/0.6 A100-RSG16-215-M100 1215 1115] 4.710.8
A63-RSG16-215-M100 M16| 17 |25| 6 |29 |215/100/115|52 |54 (2.8 0.9 A100-RSG16-245-M100 |245/100|145| 5.2/0.9
A63-RSG16-240-M125 3 240|125 2.8]1.3 A100-RSG16-275-M100 275 175 6.3/0.9
A63-RSG16-265-M150 3 265|150 3.2]1.9 A100-RSG16-240-M125 1240 |115] 49111
A63-RSG16-290-M175 3 290|175 36|25 A100-RSG16-270-M125 M16| 17 |25| 6 |29 [270|125|145|52 | 54 |5.4 |1.3
A100-RSG8-120-M25 1120] | 95| 2.6/0.6 A100-RSG16-300-M125 300 175 6.5]1.3
A100-RSG8-150-M25 1150 25|125] 29/0.8 A100-RSG16-265-M150 1265 1115 5.1[1.6
A100-RSG8-180-M25 180 155 3.4/0.8 A100-RSG16-295-M150 1295|150|145| 5.6 1.8
A100-RSG8-145-M50 1145 | 95| 26/1.5 A100-RSG16-325-M150 325 175 6.71.8
A100-RSG8-175-M50 1175/ 50(125] 29]1.7 A100-RSG16-290-M175 1290 1115 5.3[2.2
A100-RSG8-205-M50 205 155 3.4(1.7 A100-RSG16-320-M175 1320]175|145| 5.8 2.4
A100-RSG8-170-M75 M8 |8.518(6.5 |15 |170| | 95/ 30|32 |2.7(3.1 A100-RSG16-350-M175 350 175 7.025
ad A100-RSG8-200-M75 |200| 75|125| 3.0/3.4 A100-RSG16-315-M200 1315] 1115 5.5[3.0
A100-RSG8-230-M75 230 155 35|34 A100-RSG16-345-M200 1345|200|145| 6.0)3.2
A100-RSG8-185-M90 |185] | 95| 2.7]14.5 A100-RSG16-375-M200 375 175 7.2|33
A100-RSG8-215-M90 |215| 90|125| 3.0/4.9 A100-RSG16-340-M225 1340 1115 5.713.9
A100-RSG8-245-M90 245 155 35/4.8 A100-RSG16-370-M225 |370/225|145| 6.34.2
A100-RSG8-200-M105 200/105] 95 2.8]6.3 A100-RSG16-400-M225 400 175 7.414.2
H Standard accessories e Coolant duct(HSK)
H Caution ® The Modular Mill is not a standard accessory.
o Pull stud is not a standard accesorry.
e Please check your Modular Mills for conformance to the dimensions.
5 -
¥ About the rigidity value
A rigidity value represents the amount of deflection for the entire holder and tool when a bending load of 1 kgf (9.8 N) is applied et (9.81)
kef (9.8N

to the tip of the tool. The smaller the numerical value is, the higher the rigidity and the more accurate the machining.
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Recommended Cutting Conditions

ae

_ARS | ARL | ARE

Regular Long Extra Long
L ‘ Iap
»*¢Red indicates primary recommended grade.
Cutting ©20(2 Flutes r4) ®25(2 Flutes r5) ©32 (3 Flutes r5)
Work material |Recommended speed Spindle of | Feed rate : : :
grade o machine [ mm/t | Revolution | Feed speed Q Revolution | Feed speed Q Revolution | Feed speed Q
min-! mm/min | cm3/min min-! mm/min | cm3/min min-! mm/min | cm3/min
. B8T40 3,980 | 3,180 28.6 | 3,180 | 2,540 28.6 | 2,490 | 2,990 43.1
Mild steels | js4060 159~ 0.3~ Ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX
(200HB orless) | 4045 | 250| - | 08| 3980 | 3180 | 477 | 3180 | 2540 | 47.6 | 2,490 | 2,990 | 71.8
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
8740 3,180 | 2540 | 22.9 [ 2,550 | 2,040 | 23 [ 1,990 | 2,390 | 34.4
cabon &AloY | 454060 120~ 0.3~ ve=200m/min fz=0.4mm/t ap=1.5mm 2e=0.3DCX
(BOHRC orless)| JS4045 | 230| | 0.8 3,180 | 2,540 | 3841 | 25550 | 2,040 | 383 ] 1,990 | 2,390 | 57.4
ve=200m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
BT40 2390 | 960 | 86 [ 1910] 760 86| 1,490 | 890 | 12.8
gnglg”&‘\"w JS4060 [100~ 0.2~ ve=150m/min fz=0.2mm/t ap=1.5mm ae=0.3DCX
(G0~4oHRc) | IS4045 | 200| | 06 2,390 | 1,430 | 215 ] 1,910 | 1,150 | 21.6 | 1,490 | 1,340 | 32.2
ve=150m/min fz=0.3mm/t ap=1.5mm ae=0.5DCX
5740 1,590 | 480 | 29[ 1270 380 29| 990 | 450 | 43
gtnglg”&‘\”oy JP4120 |60~ 0.15~ ve=100m/min fz=0.15mm/t ap=1mm ae=0.3DCX
(40~a5HRC) | VS4045 | 150 arso| 03| 1590 | 640 | 64| 1270] 510 64| 990 590 | 94
ve=100m/min fz=0.2mm/t ap=1mm ae=0.5DCX
8740 3180 | 1,590 | 14.3 | 25550 | 1,280 | 14.4 | 1,990 | 1,490 | 215
Stainless steels JM4160 150~ 0.2~ ve=200m/min fz=0.25mm/t ap=1.5mm ae=0.3DCX
sus 240| | 08| 2,860 [ 1,716 [ 257 | 2290 | 1,370 | 25.7 [ 1,790 | 1,610 | 386
ve=180m/min fz=0.3mm/t ap=1.5mm ae=0.5DCX
BT40 2,860 | 2,290 | 20.6 | 2,290 | 1,830 | 20.6 | 1,790 | 2,150 | 31
Cast irons JP4120 100~ 0.3~ ve=180m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX
FC, FCD 220( | 1:0] 2.860 | 2,860 | 429 | 2,200 | 2,290 | 42.9 | 1,790 | 2,690 | 646
ve=180m/min fz=0.5mm/t ap=1.5mm ae=0.5DCX
8740 1,270 | 380 | 23] 1020 310 23| 800| 360 | 35
'S"tf;gs”ed JP4120 |60~ 0.15~ ve=80m/min fz=0.15mm/t ap=1mm ae=0.3DCX
ws~sorre) | 2P410% | 100|103 1270 [ 380] 38[ 102 310] 39] 80| 360 58
ve=80m/min fz=0.15mm/t ap=1mm ae=0.5DCX
. 8740 1110 | 220 | 13| 80| 170 12| 690 200] 1.9
Hardened K 50~ 0.05~ ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX
steels JP4105 0.2
(50~60HRC) | JP4120 | 100[ | 02[1.110 | 220 22| 80| 170 21| 690 200 | 32
ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

#1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
#2:[JS4060][JM4160] is recommended under heavy interrupt cutting.

[Note]

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

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

(® 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 protection equipment is worn by the machine operator.

@ These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.

® 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).
® In the case of slotting, feed speed could be down to 70% of the whole.
@ In steel exceeding 60HRC, such as dice steel between the colds, please set the sending (fz) value per one edge about to 1/2.
This table is based on the overhang of regular type (L7).




40 (3 Flutes r6) ®50 (4 Flutes r6)

©40 (2 Flutes r8) ®50 (3 Flutes r8)

063 (3 Flutes r8)

Work material

Revolution | Feed speed Q Revolution | Feed speed Q Revolution | Feed speed Q Revolution | Feed speed Q Revolution | Feed speed Q
min-t mm/min | cm3¥/min |  min mm/min | cm3/min |  min? mm/min | cm3/min min-! mm/min | cm3/min min-! mm/min | cm3/min
1,990(2,990| 71.8 (1,590| 3,180 95.4|1,990(1,990| 47.8 (1,590|2,390| 71.7 {1,260 (1,890 | 71.4

ve=250m/min fz=0.5mm/t ap=2mm ae=0.3DCX

ve=250m/min fz=0.5mm/t ap=2mm ae=0.3DCX

ve=250m/min fz=0.5mm/t
ap=2mm_ae=0.3DCX

Mild steels

1,990 4,780 191.2 [ 1,590 | 5,090] 254.5

1,990]3,180| 159 [1,590] 3,820 238.8

1,260 | 3,020 | 237.8

(200HB or less)

ve=250m/min fz=0.8mm/t ap=2mm ae=0.5DCX

ve=250m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX

ve=250m/min fz=0.8mm/t
ap=2.5mm_ae=0.5DCX

1,590] 1,910] 45.8 [1,270] 2,030] 60.9

1,690] 1,270| 30.5[1,270[1,520| 45.6

1,010 [1,210 | 45.7

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.4mm/t
ap=2mm ae=0.3DCX

Carbon & Alloy
steels

1,590 2,860 114.4 | 1,270 | 3,050 152.5

1,590 1,910 95.5 [1,270] 2,290 143.1

1,010 [2,120 | 167

(30HRC or less)

ve=200m/min fz=0.6mm/t ap=2mm ae=0.5DCX

ve=200m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX

ve=200m/min fz=0.7mm/t
ap=2.5mm ae=0.5DCX

1,90] 710 17| 960 | 770] 23.

1,190 480 ] 11.5] 960 | 580 | 17.4

760 | 460 | 17.4

ve=150m/min fz=0.2mm/t ap=2mm ae=0.3DCX

ve=150m/min fz=0.2mm/t ap=2mm ae=0.3DCX

ve=150m/min fz=0.2mm/t
ap=2mm_ge=0.3DCX

Carbon & Alloy
steels

1,190]1,070| 42.8 | 960 | 1,150 57.5

1,190| 950 | 47.5| 960 [1,150] 71.9

760| 910| 71.7

(30~40HRC)

ve=150m/min fz=0.3mm/t ap=2mm ae=0.5DCX

ve=150m/min fz=0.4mm/t ap=2.5mm ae=0.5DCX

ve=150m/min fz=0.4mm/t
ap=2.5mm ae=0.5DCX

800 | 360 | 65| 640 | 380| 86

800 | 240| 43| 640] 290 | 6.5

510| 230| 6.5

ve=100m/min fz=0.15mm/t ap=1.5mm ae=0.3DCX

ve=100m/min fz=0.15mm/t ap=1.5mm ae=0.3DCX

ve=100m/min fz=0.15mm/t
ap=1.5mm ae=0.3DCX

Carbon & Alloy
steels

800 | 480 ] 14.4| 640] 510] 19.1

800 | 320] 12.8| 640 380 | 19

510 310] 19.5

(40~45HRC)

ve=100m/min fz=0.2mm/t ap=1.5mm ae=0.5DCX

ve=100m/min fz=0.2mm/t ap=2mm ae=0.5DCX

ve=100m/min fz=0.2mm/t
ap=2mm_ae=0.5DCX

1,590 1,430] 34.3 [1,270] 1,520| 45.6

1,590 950 | 22.8 [ 1,270 1,140] 34.2

1,010 910]| 34.4

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

ve=200m/min fz=0.3mm/t
ap=2mm_ge=0.3DCX

Stainless steels

1,430] 2,150 86 [1,150] 2,300 115

1,430]1,720| 86 | 1,150 2,070]129.4

910[1,640[129.2

SUS

ve=180m/min fz=0.5mm/t ap=2mm ae=0.5DCX

ve=180m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX

ve=180m/min fz=0.6mm/t
ap=2.5mm ge=0.5DCX

1,430| 2,150 | 51.6 [1,150] 2,300] 69

1,430] 1,430| 34.3[1,150]1,730] 51.9

910[1,370 | 51.8

ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX

ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX

ve=180m/min fz=0.5mm/t
ap=2mm_ae=0.3DCX

Cast irons

1,430] 3,430[137.2[ 1,150 | 3,680 184

1,430] 2,290/ 114.5] 1,150 2,760] 172.5

910/2,180[171.7

FC, FCD

ve=180m/min fz=0.8mm/t ap=2mm ae=0.5DCX

ve=180m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX

ve=180m/min fz=0.8mm/t
ap=2.5mm_ae=0.5DCX

640 | 290 | 35| 510 | 310] 4.7

640 | 220 4| 510] 260 | 5.9

400| 200| 5.7

ve=80m/min fz=0.15mm/t ap=1mm ae=0.3DCX

ve=80m/min fz=0.17mm/t ap=1.5mm ae=0.3DCX

ve=80m/min fz=0.17mm/t
ap=1.5mm 2e=0.3DCX

Hardened

640 | 330 66 510 350] 8.8

640 | 260| 7.8| 510] 310 11.6

400| 240] 11.3

steels
(45~50HRC)

ve=80m/min fz=0.17mm/t ap=1mm ae=0.5DCX

ve=80m/min fz=0.2mm/t ap=1.5mm ae=0.5DCX

ve=80m/min fz=0.2mm/t
ap=1.5mm ge=0.5DCX

550 | 160 | 1.9 | 440 | 170| 2.5

550 | 110 | 1.3 | 440] 130 ] 1.9

350 100] 1.9

ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX

ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX

ve=70m/min fz=0.1mm/t
ap=1mm ge=0.3DCX

Hardened
steels

550 | 160 | 3.2 | 440 | 170 | 4.2

550 | 110 | 2.2 | 440 | 130 | 3.2

350| 100] 3.

(50~60HRC)

ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

ve=70m/min fz=0.1mm/t ap=1mm 2e=0.5DCX

ve=70m/min fz=0.1mm/t
ap=1mm_ae=0.5DCX

Ramping, Helical Milling, Feeding toward Z-AXIS

There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.

(mm)

Ramping Helical milling Tool dia. DCX [920(4) 0255) |¢32(r5) | 040(6) |950(8) | 963(8)
Recommended 8 Below 3 degrees
Hole Dia.¢
(ﬁ ’<—>‘ M h 1 2 2 2.5 2.5 2.5
Tt 8 ap 2 3 3 37 | 45 | 55
E ; - Hole Dia. |28~38|34~38|48~62|60~78|75~98|101~124
el @i :‘ E [Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.

Tool dia. DCX




Recommended Cutting Conditions

_ARB | AR |

Bore type

Bore type

*Red indicates primary recommended grade.

Cutting ®40 (3 Flutes r6) ®50 (5 Flutes r6) ®63 (6 Flutes r6) ®80 (6 Flutes r6)
Work material |Recommended| oo 7'f Spindie of | Feed rate
grade m/min | machine [ mmft | Revolution | Feed speed Q  [Revolution|Feedspeed| @  |Revolution |Feedspeed| Q  [Revolution| Feedspeed| Q
min' | mm/min |cm¥min| min" | mm/min | cm3/min[ min' | mm/min |cm3min{ min! | mm/min |cm3min
' BT40 1,990(2,990] 71.8(1,590(3,975] 95.4 [1,260(3,780[142.9] — [ — | —
Mild steels 3§S4060 150~ 0.3~ ve=250m/min  fz=0.5mm/t ap=2mm ae=0.3DCX
(Q00HB orless) | 54045 | 250| - | 08 1,990 4,780/191.2 [1,590 | 6,360 [254.5 [1,260 6,050 |381.2[1,000(4,800 | 384
ve=250m/min fz=0.8mm/t ap=2mm ae=0.5DCX
8740 1,590 1,910] 45.8 [1,270(2,540| 60.9 [1,010[2,420] 915 — | — [ —
SCtgretign&Alloy JS4060 120~ 0.3~ ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX
(BOHRC or less)| JS4045 | 230| 0.8(1,590|2,860]114.4 [1,2703,810152.5 [1,0103,640|229.3| 800 |2,880230.4
ve=200m/min fz=0.6mm/t ap=2mm ae=0.5DCX
8740 1,190| 710] 17| 960| 960 23.1 | 760 ] 910|344 — | — [ —
SCtg;tTgn&Alloy JS4060 |100~ 0.2~ ve=150m/min fz=0.2mm/t ap=2mm &e=0.3DCX
(0~40HRc) | IS4045 | 200( | 06 1,190[1,070| 42.8| 960[1,440| 57.5 | 760 [1,370] 86.3| 600 [1,080 86.4
ve=150m/min fz=0.3mm/t ap=2mm ae=0.5DCX
8740 800| 360 65| 640 480| 86| 510| 460| 13| — | — | -—
gtzgfg”&A"oy JP4120 |60~ 0.15~ Ve=100m/min f=0.15mm/t ap=1.5mm ae=0.3DCX
(40~45HRC) | 254045 | 150 arso| %2 800| 480| 14.4| 640| 640]19.1| 510 | 610 | 28.8] 400 | 480 | 28.8
ve=100m/min fz=0.2mm/t ap=1.5mm ae=0.5DCX
8740 1,5901,430] 34.3[1,270/1,905] 45.6 [1,010/1,820] 68.8] — | — | -—
Stainless steels JM4160 150~ 0.2~ ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX
sus 240 | 08 1,430[2,150| 86 [1,150(2,875] 115 | 910 [2,730] 172 | 720 [2,160[172.8
ve=180m/min fz=0.5mm/t ap=2mm ae=0.5DCX
8740 1,430]2,150] 51.6[1,150(2,875| 69 | 910 [2,730[1032] — | — ] —
Cast irons 5 100~ 0.3~ ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX
Fc,Fcp | JP4120 1 599 arso| 10 [1:430[3.430[137.2[1.150[4.600] 184 | 910 [4.370[275.3] 720 [3.460[276.8
ve=180m/min fz=0.8mm/t ap=2mm ae=0.5DCX
8740 640| 290| 35| 510| 383| 47| 400| 360| 68| — | — | —
Sth;dI:”ed JP4120 60~ 0.15~ ve=80m/min f=0.15mm/t ap=1mm ae=0.3DCX
s~sonroy | “P4198 | 100 arso| 02 640| 330| 6.6] 510| 434] 8.8 400 | 410 ] 12.9] 320 330 13.2
ve=80m/min fz=0.17mm/t ap=1mm ae=0.5DCX
. 8740 550 160 1.9| 440| 220| 25| 350 | 210 3.9 270] 160 | 3.8
Sthlgsened ?;41 05 50~ 0.05~ ve=70m/min fz=0.1mm/t ap=1mm 2e=0.3DCX
(s0~60HRC) | JP4120 | 100] | 02 550| 160 3.2| 440] 220] 42| 350] 210| 6.6] 270] 160 | 6.4
ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

#1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
%2:[JS4060] [JM4160] is recommended under heavy interrupt cutting.

[Note]

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

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

(® 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 protection equipment is worn by the machine operator.

® These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.

® 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).

® In the case of slotting, feed speed could be down to 70% of the whole.

@ In steel exceeding 60HRC, such as dice steel between the colds, please set the sending (fz) value per one edge about to 1/2.




100 (5 Flutes r6)

63 (3 Flutes r8)

80 (4 Flutes r8) 100 (5 Flutes r8)

®125 (6 Flutes r8)

Work material

Revolution | Feed speed Q  [Revolution | Feed speed Q  [Revolution | Feed speed Q  [Revolution | Feed speed Q  |Revolution| Feed speed Q
min' | mm/min | cm¥min | min' | mm/min |cm¥min | min' | mm/min | cm3¥min| min" | mm/min | cm3min [ min?" | mm/min | cm¥min
— - — | 1,260| 1,890 71.4 - - - - - - - - -

ve=250m/min fz=0.5mm/t
ap=2mm ae=0.3DCX

ve=250m/min fz=0.5mm/t ap=2mm ae=0.3DCX

Mild steels

800 |3,200] 320

1,260/ 3,020] 237.8

1,000] 3,200] 320| 800 | 3,200] 400 |

640 | 3,070 479.7

(200HB or less)

ve=250m/min fz=0.8mm/t
ap=2mm ae=0.5DCX

ve=250m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX

1,010/ 1,210] 45.7 |

ve=200m/min fz=0.4mm/t
ap=2mm_ge=0.3DCX

ve=200m/min fz=0.4mm/t ap=2mm ae=0.3DCX

Carbon & Alloy

640 [1,920] 192

1,010] 2,120] 167 |

800 | 2,240] 224| 640 2,240 280 |

510 [ 2,140] 334.4

steels
(30HRC or less)

ve=200m/min fz=0.6mm/t
ap=2mm 3e=0.5DCX

ve=200m/min fz=0.7mm/t ap=2.5mm ae=0.5DCX

-] -1 -] mof 0] 174] -] -] -] =] =] =] =] =] =

Ve i L St Ve=150m/min fz=0.2mm/t ap=2mm e=0.3DCX CtartTon & Alloy
480 | 720] 72| 760| 910] 71.7] 600| 960] 96| 480 960 120] 380 | 910 142.2| (30sorre)
Goomin Becb DR Ve=150m/min fz=0.4mm/t ap=2.5mm ae=0.5DCX

— | -] [0 20 65] -] -] | =] =] =] =] =] =

e e ! ve=100m/min f;=0.15mm/t ap=1.5mm 2e=0.3DCX Carbon & Alloy
320 | 320] 24| 510| 310] 19.5] 400| 320] 25.6] 320| 320| 32| 250| 300| 37.5 ?Z%EE%HRC)
R Ve=100m/min fz=0.2mm/t ap=2mm ae=0.5DCX

- -] —J100f ot0[3aa] -] -] - -] -] -] -] -] -

ve=200m/min fz=0.3mm/t
ap=2mm ae=0.3DCX

ve=200m/min fz=0.3mm/t ap=2mm ae=0.3DCX

Stainless steels

570 |1,430] 143

910 1,640 129.2]

720 | 1,730] 173] 570 1,710] 213.8]

460 | 1,660 259.4

SuUs

ve=180m/min fz=0.5mm/t
ap=2mm_ge=0.5DCX

ve=180m/min fz=0.6mm/t ap=2.5mm ae=0.5DCX

910 1,370] 51.8]

ve=180m/min fz=0.5mm/t

ap=2mm  ae=0.3DCX ve=180m/min fz=0.5mm/t ap=2mm ae=0.3DCX Cast irons
570 [ 2,280] 228 | 910]2,180[171.7] 720 2,300] 230| 570 2,280 285 460 |2,210]345.3| FC, FCD
e ve=180m/min fz=0.8mm/t ap=2.5mm ae=0.5DCX

-] -] -] 400 200] 572] —-[ -] -] - [ -] -] =] -
”“ZﬁSTnQTA"EZZ::oO,QSBEE“ " ve=80m/min fz=0.17mm/t ap=1.5mm &e=0.3DCX Hardened
250 | 210] 105 | 400] 240] 11.3| 320] 260| 15.6] 250 250| 18.8| 200| 240| 22.5 ff‘fls HRC)
e R e Ve=80m/min f,=0.2mm/t ap=1.5mm 2e=0.5DCX O~S0ARC

ap=1mm ge=0.5DCX c= z=0. p=1. e=0.
220 | 110] 33] 3s0] 100] 19] -] -] -] -] -] -] -] =] -

i UG KUV Ve=70m/min fz=0.1mm/t ap=Tmm 2e=0.3DCX Hardlened
220 [ 110] 55| 350] 100] 3.4 270[ 110] 4.4] 220] 110] 55] 170] 100] 6.2 f;%iSGOHRC)

ve=70m/min fz=0.1mm/t
ap=1mm ae=0.5DCX

ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

Ramping, Helical Milling, Feeding toward Z-AXIS

There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.

(mm)
R geicaliing Tool dia. DCX | 040(6)] 950(6) | #6318) | 080(8) |910018) 0125118
Hole Dia.¢ Recommended 8 Below 3 degrees Below 2 degees
—) h 25 | 25 | 25 | 25 | 25 | 25
e/ |8 5 ; = P 37 | 33 | 55 | 55 | 55 | 55
A ) Hole Dia.  |60~78 |77~100(101~124|135~158 | 175~198 | 248~255

%J [Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.
Tool dia. DCX




Recommended Cutting Conditions

Modular

%
I

#*¢Red indicates primary recommended grade.

Cutting Feed rat ©12 (3 Flutes r2.5) 16 (2 Flutes r3.5)
: Recommended | speed | Spindle of eed rate - . . .
Work material grade Vo T fz Revolution | Feed speed | Chip removal | Revolution | Feed speed | Chip removal
m/min mm/t n % volume n f volume
min-’! mm/min cm®/min min-! mm/min cm3/min
i stesle % BT40 6,630 1,990 6 4,970 1,990 16
(200HB or less) | 224060 |150~250 0.1~0.8 ve=250m/min £=0.1mmit ve=250m/min £,=0.2mm/t
JS4045 BT50 ap=0.5mm 2e=0.5DCX ap=1mm 2e=0.5DCX
Carbon & Al 8T40 5310 | 1,590 | 4.8 3980 | 1,590 | 12.7
arbon oy
steels jgiggg 120~230 0.1~0.8 Ve=200m/min £=0.1mm/t ve=200m/min £=0.2mm/t
EINEEIES) BT50 ap=0.5mm  2e=0.5DCX ap=1mm 2e=0.5DCX
Carbon & Al BT40 3980 | 960 | 2.9 2980 | 890 | 7.
arbon oy
steels jgiggg 100~200 0.08~0.6 ve=150m/min £=0.08mm/t ve=150m/min £=0.15mm/t
(30~40HRC) BT50 ap=0.5mm ae=0.5DCX ap=1mm 2e=0.5DCX
2,650 640 1.9 1,990 600 2.9
Carbon &Alloy | Jp4120 BT40 | . | | . |
steels JS4045 60~150 0.08~0.3 ve=100m/min £,=0.08mm/t ve=100m/min £=0.15mm/t
(40~45HRC) BT50 ap=0.5mm ae=0.5DCX ap=0.6mm ae=0.5DCX
BT40 4770 | 1,430 | 4.3 3580 | 1,430 | 11.4
Stainl teel
Sjg ess steels JM4160 | 150~240 0.1~0.8 ve=180m/min fz=0.1mm/t ve=180m/min fz=0.2mm/t
BT50 ap=0.5mm ae=0.5DCX ap=1mm ae=0.5DCX
BT40 4770 | 1,430 | 4.3 3580 | 1,430 | 11.4
casiiors 1 UP4120 | 100~220 0.1~1.0 | w=180m/min £=0.1mmt | ve=180m/min fz=0.2mm/t
’ BT50 ap=0.5mm 2e=0.5DCX ap=1mm 2e=0.5DCX
ardened 8T40 2120 ] 510 | 0.9 1,600 | 320 | 1.3
steels jgﬁ]gg 60~100 0.05~0.3 ve=80m/min £=0.08mm/t ve=80m/min f=0.1mm/t
(45~50HRC) BT50 ap=0.3mm ae=0.5DCX ap=0.5mm ae=0.5DCX
ordened BT40 1,860 | 280 0.5 1,390 | 280 0.7
steels \”;41 o5 | 50~100 0.05~0.2 ve=70m/min £=0.05mm/t ve=70m/min £=0.1mm/t
(50~60HRC) BT50 ap=0.3mm ae=0.5DCX ap=0.3mm ae=0.5DCX

%#1:[JP4105] insert's grade specialized in High hardened steel is not suitable for Non-heat-treated steel material.
#2:[JS4060][JM4160] is recommended under heavy interrupt cutting.

[Note]

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

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

(® 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 protection equipment is worn by the machine operator.

@ These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.

® 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).

® In the case of slotting, feed speed could be down to 70% of the whole.

@ In steel exceeding 60HRC, such as dice steel between the colds, please set the sending (fz) value per one edge about to 1/2.




@20 (2 Flutes r4) @25 (2 Flutes r5) ®32 (3 Flutes r5) ©40 (4 Flutes r5)
Revolution |Feed speed | Chip removal | Revolution |Feed speed |Chip removal | Revolution |Feed speed | Chip removal | Revolution |Feed speed | Chip removal| VWork material
n %3 volume n %3 volume n %3 volume n %3 volume
min™! mm/min cm®/min min™! mm/min cm®/min min™! mm/min cm®/min min”! mm/min cm®min
3,980 [ 3180 | 286 | 3,180 | 2,540 | 28.6 | 2,490 2,990 [ 43.1 [ 1,990 [ 3,180 | 57.2
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX Mild steels
3,980 | 3,180 | 47.7 | 3,180 | 2,540 | 47.6 | 2,490 | 2,990 | 71.8 | 1,990 | 3,180 | 95.4 |(200HB orless)
ve=250m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
3180 | 2540 | 229 [ 2,550 | 2,040 | 23 | 1,990 2,390 | 34.4 | 1,590 | 2,540 | 45.7
V6=200m/min £=0.4mm/t ap=1.5mm ae=0.3DCX gtggfg”&A”Oy
3,180 [ 2,540 | 38.1 | 2,550 | 2,040 | 38.3 | 1,990 | 2,390 [ 57.4 | 1,590 [ 2,540 | 76.2 |(30hRcC or less)
ve=200m/min fz=0.4mm/t ap=1.5mm ae=0.5DCX
2390| 960| 86 1910] 760| 86 [ 1,490] 890 | 12.8 | 1,190 [ 950 ] 17.1
ve=150m/min fz=0.2mm/t ap=1.5mm ae=0.3DCX g)tzgign&Alloy
2,390 [ 1,430 | 215 | 1,910 [ 1,50 | 21.6 | 1,490 | 1,340 [ 32.2 | 1,190 | 1,430 | 42.9 |(30~40HRC)
ve=150m/min fz=0.3mm/t ap=1.5mm ae=0.5DCX
15600 | 480 2.9 [1270] 380] 29| 990| 450 43| 800| 480 58
ve=100m/min £=0.15mm/t ap=1mm ae=0.3DCX Carbon & Alloy
1,690 | 640| 6.4 ]1270] 510 64| 990 590| 9.4 | 800| 640 ] 12.8 |(s0~45HRC)
ve=100m/min fz=0.2mm/t ap=1mm ae=0.5DCX
3,180 | 1,590 | 14.3 | 2,550 | 1,280 | 14.4 | 1,990 | 1,490 | 21.5 | 1,590 | 1,590 | 28.6
ve=200m/min fz=0.25mm/t ap=1.5mm ae=0.3DCX Stainless steels
2,860 | 1,716 | 25.7 | 2,290 | 1,370 | 25.7 | 1,790 1,610 | 38.6 | 1,430 | 1,720 | 51.6 |Sus
ve=180m/min z=0.3mm/t ap=1.5mm ae=0.5DCX
2,860 | 2,290 | 20.6 | 2,290 | 1,830 | 20.6 | 1,790 | 2,50 | 31 [ 1,430 | 2,290 | 41.2
ve=180m/min fz=0.4mm/t ap=1.5mm ae=0.3DCX Cast irons
2,860 | 2,860 | 429 | 2,290 | 2,290 | 42.9 | 1,790 | 2,690 | 64.6 | 1,430 | 2,860 | 85.8 |FC.FCD
ve=180m/min fz=0.5mm/t ap=1.5mm ae=0.5DCX
1,270 | 380] 23 [ 1020 310] 23| 8o0| 360 35| 640] 380 4.6
ve=80m/min f=0.15mm/t ap=1mm ae=0.3DCX Hardened
1,270 380| 38| 1020] 310 39| 800| 360| 58| 640| 380 | 7.6 |(s5~50HRC)
ve=80m/min fz=0.15mm/t ap=1mm ae=0.5DCX
1110 ] 220 13| 890] 170] 12| 690 200] 1.9 | s560] 230 28
ve=70m/min fz=0.1mm/t ap=1mm ae=0.3DCX sHtaengsned
1110 220 22 [ 890 170] 21| 690] 200] 32| 560[ 230] 4.6 |(s0~e0rRC)

ve=70m/min fz=0.1mm/t ap=1mm ae=0.5DCX

Ramping, Helical Milling, Feeding toward Z-AXIS

There are restrictions to ramp angle (8) and cutting depth (ap) toward Z-axis because of designs of cutting edge.

Ramping Helical milling (mm)
Tool dia. DOX 4121251016135 02014 02214) 62515 |62815) 03015) 432115 94005
Hole Dia.¢
Recommended 8 | Below 2 degrees Below 3 degrees
C—
=~ h 08| 1|1 |2 | 2| 2]|05[15] 2
T g A ( }(ﬁ
E b ap 0.8 1 2 3 3 3 3 3 3
Ramp millin ' h O
anglg e \ y ap ’% Hole Dia. [17~22|22~30|28~38|32~42 |34~38 |40~54 | 44~58| 48~62 | 64~78
[Note] Due to swarf evacuation wear safety glasses in the vicinity of the operation.
Tool dia. DCX



Cutting performance

01 High-feed machining is possible
- by using the round-insert.

- It is able to feed two or three times faster than conventional one.

02 Strong double-Clamping Structure

- There could be some troubles like moving of the inserts or
loosening of the screws, in case of single clamping like only
wedges or screws. By strong double-clamping structure using
both clamp screws and clamp pieces, those troubles have been
solved.

fz=0.3~0.6mm/t

fz=0.1~0.2mm/t

Milling Efficiency (Xtimes)

Clamp piece
alpha Radius Mill

Conventional tool (Indexable End Mill) Clamp screw

03 Ramping, Helical Milling, Feeding toward Z-AXIS

+ There are restrictions to Ramp angle (&)

and cutting depth (ap) toward Z-axis Ramping . Helical milling
because of designs of cutting edge. Hole diameter ¢
/] T
Ramp milling angle
Tool dia. DCX

04 Direct machining is possible

- By application of slant milling, if there is no preparing hole, direct milling and expanding of pocket are possible, So that, there is no
need to make preparing hole by using drills. Consequently, reduction of tools are possible.

alpha Radius Milling

Conventional milling

(DNo interference @Some spaces

1 4 times serial slant

1 Two ways slant

(Slant + expand) (Slant + expand)

(®Some interferences

E E Preparing hole

(Slant + expand) (Drilling + expand)

Cutting region

<1>Range comparison between r8 round-insert and r10 round-insert
(conventional alpha Radius Mill RD type).

r8 round-insert is useful on the unstable cutting like Slotting or Die-Sinking.

Work material:S50C(220HB)
Tool dia. :63X3NT

Ve =168m/min(n=850min-1)

vi =800mm/min(fz=0.314mm/t)
ap=5mm Slotting

6 N
m N
o 5 NN
£ ! ' alpha Radius Mill
-~ R W ARS5063R =~
$ & . r8 insert use
£ S W S | RIS
= 3 .
o ! Conventional
c coooEosswme o r10insertuse - -0 _____|
= 2 .
5 .
(©) cooopoccquonoqgooaogoasopaasaEesfloponod
1 '
0 10 20 30 40 50 60 70

Conventional gets mill chattering after the second axiel depts of cut.
r8 inserted mill is able to machine smoothly until the sixis axial
depts of cut.

Cutting width @e (mm)




<2>Milling range of the 20 (Regular, Long, Extra Long)

Work material:S50C (220HB)

5 v.:=200m/miq(n=3.200min") L. "Regular‘ ,,,,,,
g Vf—l44‘mm/m|n(fz‘—0.22mm‘/t) ARSOO20R
E 4l O S~ _ -- . . L Lo
g Please be careful that
5 ol S~ Long . . application range of slotting
8 ‘ ‘ ARLOO20R becomes narrow.
P 5 Milling range ‘ ap=3mm is posible by regular,
a : — T TTr TS oo but @p=0.2mm is maximun.
2 ‘ Extra Long : b tra-|

N AREC020R 1\ Yl . y extra-iong.

""""" O T ‘
0 5 10 15 20 25

Cutting width @e (mm)

<3>Milling range of the ¢25 (Regular, Long, Extra Long) =~ <4>Milling range of the ¢32 (Regular, Long, Extra Long)

Work material:S50C (220HB) : Regﬁlar Work material:S50C (220HB) Regular
Vc=200m/min(n=2,550min") ' ARS3025R Vc=200m/min(n=2,000min") ARS3032R
5 vi=1,350mm/min(fz=0.26mm/t) [ =~ — : === . 5 vi=1,350mm/min(fz=0.3mm/t) DR : _
g : ‘ ‘ . Long E : 1 ;
,,,,,,,,,,,,,,,,,,,, - ARL3025R _ _ __ S
= @ ‘ ‘ = LQ Q
®© ‘ ®© ! ! !
= 5 ! AN Long  \___ N
G 8 O T O G 3 ‘ ‘ "\ ARL3032R :
S S Milling range |: 3 3 ]
g 2 msnmwspn IEERU R T o . g 2 ‘ R LS SR O~
& Milling range Extra Long o) 3 : :
o ARE3025R | N S — —— |
. . . Extralong vz 1
SOYSSoeseS PoOSTEooS Pe=eSo=S POeeSoS 'd © ARE3032R ' Q
0 5 10 15 20 25 0 5 10 15 20 25 30
Cutting width @e (mm) Cutting width @e (mm)
Field Data
Tool dia. Insert Work Cutting conditions
No. User . - - Result
DCX grade material Vs( nnﬁlnrg')n V;Z(n:n"rﬂrf];ft‘)'” ap x @e:mm
1 50 Company | 54060 SCM 188 2,500 |a=1.0 Enabled stable semi-finishing processing approx.
A (35HRC) | (1,200) | (0.69) |a=1.0~20| 10 hours.
Company |Equivalent to| ~ P21 200 | 3,000 |ap=0.5 1.5x the tool life of conventional products
e 32 B JP4120 | (40HRC) |(2,000)| (0.5) |a@e=15 | P '
Company S50C 120 | 1,150 |@p=1.2 | ,, 46 160 life of conventional products
3| @80 c | JS4080 | 200HB) | (480) | (0.6) |ae=50 products.

Features comparing with conventional product

AR type Conventional A Conventional B
Face milling O O ©)
Side milling @) O ©)
Slotting @) O N/A
Helical milling O A N/A
Scanning path O N N/A
Contouring path @) @) ©)
Chip removal O A N/A
For difficult to cut material O A A




MOLDINO

The Edge To Innovation

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 Attentions on Safety

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.
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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