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Exchangeable Head End Mills for Die & mold making
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“Carbide” + “Carbide” = “High accuracy & High rigidity” Double Face Contact Type
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Special Steel Screw Joint

HEE—FIRILSY
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Available with Internal Coolant .
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Featues of EHX series

EH_XIUFE}IJ:JU—ZIJ\ ‘JUZI‘IE:&_??E*)C;QEK),IE:@E}EE O T EMIMELEB comparison of tool rigidity
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c ANYRETRIVY DFFEEZE I N CRBERETDHIET. VUYRIEISEL The double face contact of the carbide head and carbide holder gives
MU'IE%E@%L}% Ui=e an increase in rigidity by 30%.
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The EHX series is a revolutionary end mill system that enables efficiency, high accuracy
and rigidity by combining the advantages of both solid carbide and indexable end mills.
Security and rigidity close to that of a solid type end mill because the clamping faces are all J
carbide. > 50
Excellent for reduced inventory over a variety of applications due to the exchangeable head. ;
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EHX:JU _Z“% .I gﬁ! ! EHX series First shot
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Deploy three favorable solid end mills to the EHX series

Ema1—R SiE B PIESZVN

Iltem code Dimensions Features Head type
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high efficiency.

L SEEM DEEYIH .
EHX'GEPR'TH * High—sp::ed cutting for high hardness materials g‘iﬂi 2J17 21
) is possible
' T~ EFETRILLSA/IN— WA N —=
EHX'EPP'TH w éI(;'ver a wide range application from roughing E‘EZ‘E #oee}r k/l? \“J
- to finishing.
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Tool life is comparable to the soild end mill.

BN Work material ©: STAVAX®(52HRC) TERE Tooldia. 1012  {EFEEEME Machine | HSK-AB3  HJHIR cutting length : L=50m
n=5300min-1(ve=200m/min) v=2800mm/min(fz=0.088mm/t) apXae=6mmX0.2mm Dry(Air Blow) Down Cut

EHX-CEPR6120-TH CEPR6120-TH
(VUYRIVRZ)V solid End min)

#RENEL Work material ©: SCM435(27HRC) TERXE Tooldia. : 12  {HEFHEM Machine : HSK-AB3  tJJHIR cutting length : L=27m
n=2400min-1(ve=90m/min) vi=900mm/min(z=0.093mm/t) apXae=BmmXx6mm Dry(Air Blow) Down Cut

EHX-EPP4120-TH EPP4120-TH HERAYRIBRE (L=10m)
(EHX:JU—Z' EHX series) (‘JU‘JI‘IV"E“] Solid End MiII) Conventional exchangeable head
= : E—

~YREFIE R Advanced THO—5+>4F

Advanced TH Coating dedicated to the exchangeable head end mill

- ﬁ E Features

OTHI—FT AV IENYRIBEHERICTF 12—V JUEUIe. BEEE=HRAL. MM ERERE DM =R
L&FUlc,
OTSAFYITRE, A HANREDSEEMEIDIIHICHU CRERLZEILZERELET,
OitZMEDE EICKD. YTyMIEIRURSAVEIOESSTEHREFMRILDARETT .
- Tuning TH Coating for exchangeable head end mill. Adopt layered structure to ensure heat resistance and adhesive strength.
A laminated structure is used to achieve both heat resistance and adhesion strength.

- Achieves long life and higher stability for cutting high-hardness materials of 50HRC or higher such as plastic molds, diecast shapes, etc.
- Increased heat resistance enables longer life for either wet cutting or dry cutting.
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Line Up (Carbide head)

FRIDFINI CRAER
r HEFZIK © TRYI5—RI)L
Roughing process of mold can be done with
high efficiency.
Head type : Epoch Turbo Mill

DC
—3
—3
DCONMS

2N —
[/ (mm)
RE Bz SR
LF Tool dia. Tolerance on dia.
> 12 0~-0.02
* (TH 216 1o o
EHX‘ .ETM4 {0 e .TH EE}; . et ®20 0~-0.03
& size (mm) =8\
AimI— K TE pm [O-—re@| AR | 2R BB | a [TV e (m)
Item code Stock Tool dia. Corner radius Flute length | Overall length Neck dia. flutes Qil hole Suggested
DC RE ¢ LF DCONMS retail prica(¥)
EHX12-ETM4120-20-TH o 12 2 12 19 11.7 4 - 18,860
EHX16-ETM4160-30-TH o 16 3 16 24 15.5 4 = 30,270
EHX20-ETM4200-30-TH o 20 3 20 30 19.5 4 - 40,130
SRIORIN T CERER
= 4 N —— HEFZIK © TRYI5—RI)L
'- 8 \““ % mgﬁg:flf?ge%?;ess of mold can be done with
| UVUV 8 Head type : Epoch Turbo Mill
‘ ] Y A —
RE [/ > - _ (mm)
LF > Toﬁl{gfa. ToIZrtnce on dia.

¢12 0~-0.02

-TH Um 916 | o003

EHX H-ETM4 :

With oil hole e el angle ¢20
& size (mm) =8\
g — EE sm [o—re@| WE 2E a8 | 28 AV e ()
Item code Stock Tool dia. Corner radius Flute length | Overall length Neck dia. flutes Qil hole Suggested
DC RE ) LF DCONMS retail price{ ¥)
EHX12H-ETM4120-20-TH [ ) 12 2 12 19 11.7 4 O 21,660
EHX16H-ETM4160-30-TH [ J 16 3 16 24 15.5 4 O 34,850
EHX20H-ETM4200-30-TH ( J 20 3 20 30 19.5 4 O 46,110

SRR OEEIH]
BRI © Tikwo 21

VYN ) High-speed cutting for high hardness materials
b= is possible
8 ] % Head type : Epoch 21
[&]
VW [a]
\,\K _ _ (mm)
APMX N Tﬁ‘%a. Tolzgr?ce'ho%ia.
LF APMX ﬁ?gg p12 0~—-0.02
edge T 916 —
EHX -CEPR6 : -TH . U m e o
& size (mm) FELEI\E
= - =E=/I\JC
I~ EE gm ar¥@E| WR | 28 | BE | wn [TV @)
Item code Stock Tool dia. Corner radius Flute length | Overall length Neck dia. flutes Qil hole Suggested
DC RE APMX LF DCONMS retallrica(¥)
EHX12-CEPR6120-TH o 12 — 12 19 11.7 6 - 18,860
EHX16-CEPR6160-TH o 16 = 16 24 15.5 6 = 29,330
EHX20-CEPR6200-TH o 20 — 20 30 19.5 6 — 41,770

@ IZHEFEERTI. @ : Stocked items
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Cover a wide range application from

roughing to finishing.

Head type : Epoch Power Mill
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baced BNE
Tool dia. Tolerance on dia.
12 0~-0.02
nLh43
i 916 —_
EHX .EPP4. .TH ;ﬁg 020 0~-0.03
& size (mm) =8\
R — I B8 az [o—rez| 3= 25 g | OB | FE) g )
ltem code Stock Tool dia. Corner radius Flute length | Overall length Neck dia. flutes Oil hole Suggested
DC RE APMX LF DCONMS retail prica(¥)
EHX12-EPP4120-TH [ ] - 9.6 19 11.7 4 — 16,390
EHX12-EPP4120-05-TH [ ] 0.5 9.6 19 11.7 4 — 19,530
EHX12-EPP4120-10-TH [ ) 1 9.6 19 11.7 4 - 19,530
12
EHX12-EPP4120-15-TH o 1.5 9.6 19 11.7 4 — 19,530
EHX12-EPP4120-20-TH o 2 9.6 19 11.7 4 — 19,530
EHX12-EPP4120-30-TH ] 3 9.6 19 11.7 4 — 19,530
EHX16-EPP4160-TH o - 12.8 24 15.5 4 = 28,510
EHX16-EPP4160-10-TH o 1 12.8 24 15.5 4 = 30,500
EHX16-EPP4160-15-TH o 16 1.5 12.8 24 15.5 4 = 30,500
EHX16-EPP4160-20-TH o 2 12.8 24 15.5 4 = 30,500
EHX16-EPP4160-30-TH o 3 12.8 24 15.5 4 = 30,500
EHX20-EPP4200-TH o - 16 30 19.5 4 - 39,190
EHX20-EPP4200-10-TH ] 1 16 30 19.5 4 — 41,190
EHX20-EPP4200-15-TH o 20 1.5 16 30 19.5 4 — 41,190
EHX20-EPP4200-20-TH o 2 16 30 19.5 4 - 41,190
EHX20-EPP4200-30-TH o 3 16 30 19.5 4 — 41,190

o ﬁﬁﬁ%ﬁﬂﬁﬁﬁlﬁl—%i Re-grinding compatibility range table

Line up tool dial /& outerdia.| TN End
EHX-ETM-TH [ENAR gty 12~20 O el [12~20
EHX-H-ETM-TH it damt A vansn 12~20 D N X |12~20
EHX-CEPR-TH [Nt A=y 12~20 m—- 12~20(12~20
EHX-EPP-TH [N it dnan- o 12~20 “—Q 12~20(12~20
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Line Up (Carbide Holder)

TII=HAINTALT ARL—K51T NIINWRYIIALT

Under cut type Straight type Pencil neck type

[2] (2] (2] (2] (2]
3 S | 2 e s SfEr—~ | — — _ - s
a 8 g8 3 g
LB1 LB1 !
LF LF LF
AY AT type B4 7 type CH1 7 type
EHX L -ASC
JNVE | EAE Bk | omEE 2R | IO R RINF ALINTE
BEI—R TE Neck angle |Under neck length | Tip neck angle | Overall length | Shank dia. {4 ()
Item code Stock Head ) (mm) (mm) (mm) (mm) Shape Spanner ?l{lggested
BHTA1 LB1 |DCONWS| LF | DCONMS retailprice(¥)
EHX12-12-80-17-ASC o - 17 11.7 80 12 A 67,580
EHX12-12-100-ASC ] - - - 100 12 B 74,380
EHX12-12-100-41-ASC o — 41 11.7 100 12 A 74,380
EHX12-12-130-ASC ] - — — 130 12 B 85,050
EHX12 EHX12-SN —————
EHX12-12-130-65-ASC o - 65 11.7 130 12 A 85,050
EHX12-12-150-89-ASC o - 89 11.7 150 12 A 94,790
EHX12-16-130-65-ASC ] 1° 65 11.7 130 16 C 98,310
EHX12-16-150-91-ASC o 1° 91 11.7 150 16 C 109,220
EHX16-16-80-24-ASC o — 24 15.5 80 16 A 79,180
EHX16-16-110-ASC o — = = 110 16 B 89,390
EHX16-16-110-56-ASC o — 56 15.5 110 16 A 89,390
EHX16-16-150-ASC @® EHX16 = = = 150 16 B |EHX16-SN | 101,240
EHX16-16-150-88-ASC ] = 88 15.5 150 16 A 101,240
EHX16-20-150-88-ASC o 1° 88 15.5 150 20 C 119,650
EHX16-20-180-116-ASC | @ 1° 116 15.5 180 20 C 132,550
EHX20-20-90-30-ASC o - 30 19.5 90 20 A 91,970
EHX20-20-130-ASC o - - - 130 20 B 106,520
EHX20-20-130-70-ASC o — 70 19.5 130 20 A 106,520
EHX20-SN —————
EHX20-20-180-ASC @® | EHX20 - - - 180 20 B 126,690
EHX20-20-180-110-ASC | @ — 110 19.5 180 20 A 126,690
EHX20-25-180-110-ASC | @ 1° 110 19.5 180 25 C 150,150
XEBERIVYICIERINFDERBLTVWE T, Feo RINFBEEFETHERSTELTHDET,
A spanner is attached to the carbide holder. Can be sold even by spanner only.
AEmd—R 7 AINF WENLD | BRNGEERE ()
Item code Stock Spanner Fastening torque Suggested retail price( ¥)
EHX12-SN ° EHXT2M2/NF 15N-m 2,940
EHX16-SN ° 5: —9o | EHX16MANF 30N-m 3,060
EHX20-SN ° EHX20/ 2 /%% 50N-m 3,440

@  EHEFTEMRCI. @ : Stocked items
oo
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How to use

O /\‘y I\"Hy1t,l. LTE%E How to Install the Head

1 EhWEYVIREET AY R FRIVEDT—/NE
/IR EDMHS - 1FZNEEZRBRVLTEEL,

Using a clean cloth, wipe away oil and dust from the taper and end
surfaces of the head and holder.

S - [FTOBBIOBRE oo "

Using a clean cloth, wipe away oil and dust from the Y
taper and end surfaces of the head and holder. . -

2 ORI FRICERREF TSI E
THURMDGHENT, REFRLEERERE

ERLTEEL, TEENKRSLIREHSHHR
DRANFEERALTAYREFIVE OIREH B
BIBETHOHMHITIESLY,

Be careful to avoid the possibility of cutting hands when fastening with bare
hands directly near the blade tip. Securely fasten the head and holder end
surfaces using the enclosed spanner to close off any remaining gap.

gEFDD

Clearance

3 VEELGIHRMNIIETIARIIAERES
ZICLTESY, JWBBRICEETIERSI

MVILFEEST. BROMVITREDH T
TLEELY,

Refer to the table at right regarding angles for recommended torque
when necessary. For stricter usage, refer to the table right for torque
wrench fastening.

MIiTAVE | BERM I Aa | RNV
Suitable head Reference Recommended
tightening angle a fastening Torque
EHX12 50° 15N-m
EHX16 50° 30N'm
EHX20 40° 50N -m
&) RBORNFZSERLIEEL,
(—RDRIF EIFEHFDRIEDET) a

(Note) Use the enclosed spanner only. (Typical spanners differ in thickness.)

o ;’Enﬁg N\ ‘y I\“&t ;ﬁ *Eg Run-out accuracy and head exchange accuracy

XBENILY ZERLICES
NYRZHHER E[ENYRER (L) DREZRLET

SEHDIRN AYRHAERE (B751a)
Run-out accuracy for the peripheral cutting edge Head exchange accuracy (Axial)
0.015mm +0.02mm

% Use the carbide holder
Head exchange accuracy is the tolerance of the overall length for the head (L).

O EHXBWEFRIVZDOENGIT
ZI\I-/_I\Q’rj Straight type

ARU—RIRILY LIREAYRECER DS S
ARUTOURAHETTRERALIEE L,

When using straight holder + standard head,
please use at smaller depth of cut than length of cut.

tﬂﬂaf§< EE Depth of cut < Flute length

&
~ = Flute
hAHE length
Depth of cut —

7’”/9"—73‘y I\g’f 7 Under cut type

How to Select EHX Holders

O AR —hF AT (& RILFB=~AYREDc&. IRU LD
tHAHETIFFEDHELET,

07V —YRIALT&. BHBIT HDTNT VDD TIIED
MIISELTVET,

OV RYIIF. BEDNKLIEODTLDDTHIMDZL.
FEOINLICEBVWTEEIMLINAEETY .

* When using straight holder + standard head, interference will occur in
cases where the depth of cut is larger than the length of cut of the head.

+ Under cut type with relieved neck is suitable for vertical wall machining.
- The large diameter of the pencil neck holder provides stability in long
overhang applications.
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Recommended Cutting Conditions

. _ﬂg%#l: (EEE * _I%_ii D) Standard condition (Low speed, High feed)

Lt Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
(180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~60HRC)
gﬂﬁ:ﬁ%ﬁd ve=75m/min ve=70m/min ve=65m/min ve=50m/min ve=50m/min
SMEDC | EEEH EDRE| o | o | DERH (RORE| o, | g |DEM [EDRE| o | o |DEH|RORE| o, | g | DEM [EDRE| 4 | g
Tool Dia. n. vt | (mm) [(mm) [ D vi | (mm) [(mm) [ D vE | (mm) | (mm)| 0 vE | (mm) [ (mm)[ 7O vi | (mm) | (mm)
(mm) (min?) | (mm/min) (min?) | (mm/min) (min') | (mm/min) (min"") | (mm/min) (min"") | (mm/min)
P12 2,000 | 6,380 | 0.48 | =6 [ 1,900 | 5,540 |0.48 | <6 | 1,700 | 3,880 | 0.48| =6 | 1,300 | 2,960 |0.34 | =6 | 1,300 | 1,190 | 0.24 | =6
@16 1,500 | 5,380 |0.72| <8 | 1,400 | 4,590 | 0.72 (=8 | 1,300 | 3,330 | 0.72| =8 | 1,000 | 2,560 | 0.5 | =8 [ 1,000 | 1,020 | 0.36 | =8
®20 1,200 | 4,370|0.72 | =10| 1,100 | 3,660 | 0.72 | =10 1,000 | 2,600 | 0.72| =10| 800 | 2,080 |05 | =10 800 830 0.36 | =10
Eiﬁ%ﬁ: (E‘ELE * E%D) High speed condition (High speed, High feed)
War Cpttee Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
(180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~60HRC)
gﬂﬁg%géd ve=125m/min ve=110m/min ve=100m/min ve=80m/min ve=70m/min
SMEDC | &M [XDEE| o | 4 |EEH [EDEE| o, | o |EEM[EDEE| o, | o |EEM[EDEE| . | o |EEM[E0EE] 4 | L
Tool Dia. W vt | (mm) [(mm) [ 1 vt | (mm) [(mm) [0 Ve | (mm) | (mm)| N Ve | (mm) [ (mm)[ 70 Vi | (mm) | (mm)
(mm) (min’') | (mm/min) (min’') | (mm/min) (min") | (mm/min) (min') | (mm/min) (min') | (mm/min)
12 3,300 (10,530 0.38 | <6 | 2,900 | 8,460 |0.38 | <6 | 2,700 | 6,160 | 0.34| <6 | 2,100 | 4,790 | 0.29 | <6 | 1,900 | 1,730 | 0.19 | =6
®16 2,500 | 8,960 0.57 |=8 | 2,200 | 7,210 | 0.57 | =8 | 2,000 | 5,120 | 0.51 | =8 [ 1,600 | 4,100 | 0.44 | =8 | 1,400 | 1,430 |0.29 | =8
$20 2,000 | 7,280|0.57 | =10( 1,800 | 5,990 | 0.57 | =10| 1,600 | 4,160 | 0.51 | =10| 1,300 | 3,380 | 0.44 | =10| 1,100 | 1,140 | 0.29 | =10

[(EE2) OmMM, MIBRCEDET, BIEI—SYNEERLTIEE L,

@TEDIEIISEIE. SHEEOEMZSEREEL, i

QT DYHIRARSTIHIRHEDERZRIODTY . REDIMITHIMNIAR. BRI, EREMEICLIDRMGZRARBL TS,

@EBOEEHDEDFVEEE. EEHEEDREZFULHETFFTILEE L,

(@ Use the appropriate coolant for the work material and machining shape.

@ Use a highly rigid and accurate machine as possible.

(® These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to
the machining shape, purpose and the machine type.

@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

[Note]

5D 6D 7D 8D 9D 10D

HIHLERE cutting speed 100% 100% 100% 100% 100% 100%

1 H3ED Feed per tooth 100% 100% 100% 100% 100% 100%
ap 100% 90% 83% 77% 63% 50%

ae 100% 100% 100% 100% 100% 100%

REBURDRVNILI ZCERADIBEE. EROMERZNMRL TTHERALIEE L,

When using a holder with a long overhang length, please use the correction factor of the above table in consideration.



M BIELTH side miling

Whrh Gt Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Hardened steels
(180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~60HRC)
JEE ve=250m/min ve=250m/min ve=250m/min ve=200m/min ve=150m/min
sigoc | EEK [xoEE| o | L |EEH [EoEE| o | L |EER(E0EE| o | o |EEM[EoEE| ) | . |EE[EoEE] 4 | .
Tool Dia. n Vi | (mm) | (mm) n vi (mm) | (mm) n vi mm) | (mm) n Vi | (mm) | (mm) n Vi | (mm) | (mm)
(mm) (min") | (mm/min) (min“") | (mm/min) (min“") | (mm/min) (min"") | (mm/min) (min’") | (mm/min)
@12 6,600 | 5,420 | 12| 1.2 | 6,600 | 4,510| 12| 1.2 | 6,600 | 4,060 12| 0.6 | 5,300 | 2,900 | 12 |0.36]| 4,000 | 1,920 | 12 | 0.24
®16 5,000 | 5,180 | 16| 1.6 | 5,000 | 4,320| 16 | 1.6 | 5,000 | 3,890 | 16 | 0.8 | 4,000 | 2,760 | 16 |0.48]| 3,000 | 1,810 | 16 |0.32
$20 4,000 | 4900 | 20| 2 4,000 | 4,080| 20| 2 4,000 | 3,670 | 20| 1 3,200 | 2,610 | 20 |0.6 | 2,400 | 1,710| 20 |0.4

[EE] Omde. MIRRICEDET, BIEI—SYNeERALTIZE V.
@TERRIIEMIE. BREORMECHERAIEEW,
QT DIMIRERIFTHIRGOERERTBDTY . REOMITIHFMIAR. BN, EREHEICIDRAEZREEL TR,
@RBOEEHRNBOENBEF. EEMCEDEEZFUHETTFTIE W,

[Note]

(@ Use the appropriate coolant for the work material and machining shape.
(@ Use a highly rigid and accurate machine as possible.

(® These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to
the machining shape, purpose and the machine type.
@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

4D LR 6DLIF 8DLF 10D LR
4D or less 6D or less 8D or less 10D or less
t)JﬁUEE Cutting speed 100% 100~70% 70~50% 50~30%
1 H3XD Feed per tooth 100% 100~90% 90~80% 80~70%
ap 100% 100% 100% 100%
ae 100% 90~50% 50~30% 30~10%

REHURDRWVWNIVIZCERADBEE. EROMIERZENMNRL CTEALIEEL,

When using a holder with a long overhang length, please use the correction factor of the above table in consideration.



IREYIHIR AR

Recommended Cutting Conditions

EHX

-EPP4

M BIEIEIHE] side miling

i -TH

e el Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels
(180~250HB) (25~35HRC) (835~45HRC) (45~55HRC)
Ctﬂﬁ%%gad vc=180m/min ve=165m/min ve=140m/min ve=120m/min
42DC EERE [ XDEE | o | a0 | BER | EOEE| o | g | EEEK | EOEE] o | 4 | BER | E0EE] o |
focliDiel n vi | mm) | (mm) n vi | mm) | (mm) n vi | mm) | (mm) n vt | (mm) | (mm)
(mm) (min'") (mm/min) (min‘") (mm/min) (min) (mm/min) (min'") (mm/min)
®12 4,800 | 1,750 | 9.6| 1.2 4,400 | 1,200| 9.6| 1.2| 3,700 | 1,010| 9.6| 0.9 | 3,200 730 | 9.6| 0.6
$16 3,600 | 1,470 |128| 1.6 | 3,300 | 1,010 |12.8| 1.6 | 2,800 860 | 12.8| 1.2 | 2,400 610 | 12.8| 0.8
$20 2,900 | 1,580 | 16 2 2,600 | 1,060 | 16 2 2,200 900 | 16 1.5 | 1,900 650 | 16 1
4D Lu-F 4D or less BD L:{-F 6D or less 8D L\,{-F 8D or less 1 OD L\j-F 10D or less
BIHIRE cutting speed 100% 100 ~ 70% 70~50% 50~30%
1 XIED Feed per tooth 100% 100 ~90% 90~80% 80~70%
ap 100% 100% 100% 100%
ae 100% 90 ~50% 50~30% 30~10%
REHURDPRUVINVIZSERDZSE. EROMIERZENMKLU CTTERLIEEL,
When using a holder with a long overhang length, please use the correction factor of the above table in consideration.
B ;EtDEl sioting
T Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels
(180~250HB) (25~35HRC) (835~45HRC) (45~55HRC)
SRR ve=60m/min ve=60m/min ve=55m/min ve=50m/min
442DC EEE | EZ0RE | 5 | g | BER | EOEE| 5 | L | BEH [EomE| o [ L | BEm [EomE| o | L
ocibicy 7 Vi (mm) | (mm) n vt (mm) | (mm) n vi (mm) | (mm) n vi (mm) | (mm)
(mm) (min") (mm/min) (min’") (mm/min) (min-") (mm/min) (min"") (mm/min)
$12 1,600 580 6| 12 | 1,600 440 6| 12 | 1,500 410 | 48| 12 | 1,300 240 | 24| 12
$16 1,200 490 8| 16 | 1,200 370 8| 16 | 1,100 340| 6.4 16 | 1,000 200 | 32| 16
$20 1,000 540 10| 20 | 1,000 410 10| 20 900 370 8 20 800 220 | 4 20
4D LX-F 4D or less BD L\,{-F 6D or less 8D LX-F 8D or less 1 OD LX-F 10D or less
t)JﬁIJEfE Cutting speed 100% 100 ~ 70% 70 ~ 50% 50~ 30%
1 X3ED Feed per tooth 100% 100 ~90% 90 ~ 80% 80 ~ 70%
ap 100% 90 ~ 50% 50 ~ 30% 30~ 10%

REHURDRLVINVYZCERADE S, EROMIERZINMKL CTERLEEL,

When using a holder with a long overhang length, please use the correction factor of the above table in consideration.

32 oM, MIMRICEDET, BEI—5YNE@ALTRE L,

@TEBZREITEAIME,

SRR O E CERTES L,

QT DYHIRARIFUIHIRGOEZZRIBDTY . REDIMITIIINIAAR. BN, ERBMEICRDRGZFARL TSV,
OEBOEEHNEDFVEEF. EEHEEDFEEZFUEERTTIFTILEE L,

[Note]

@ Use the appropriate coolant for the work material and machining shape.
(@ Use a highly rigid and accurate machine as possible.

(® These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted according to
the machining shape, purpose and the machine type.

@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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Application Data

O FAHRNEFN(NITLT) GIEIEH

Cutting application for die casting mold (housing)

*ﬁﬁu*ﬁ’ Work material - DAC@(45HRC)

B4 X size 150X 150X 100mm
(MNTSEE cutting depth 86mm)

{EREM Machine  HSK-AB3

EmIE Tool
I3 BmmId— R ERRILY fERAVY—b
Process Item code Holder Insert
o TD4N2032S-5 — JP4120 (ENMUO603ER-B)

@® | EHX16-ETM4160-30-TH | EHX16-16-110-ASC —
@ | EHX12-ETM4120-20-TH | EHX12-16-130-65-ASC —

tﬂﬁu%ﬁ: Cutting conditions

= = CEgy | VIHLEE | EDFEE | 1H&ED Zp XYp RHEL | BAFE | RUIL | SIHIERE
I*EE Ix Ve vf fz Cutting
Process Tool Revolution Cutting speed Feed rate Feed per tooth Overhang Coolant Removal stock tin‘1e
(min-1) (m/min) (mm/min) (mml/t) (mm) (mm) (mm) (mm) (min)
(1] #32 900 90 3,600 | 0.8 0.3 22 0 |LZ70—| 73
(2] ®16 1,600 80 4,100 | 064 0.25 8 0 |LZ70—| o5 38
(3] #12 2,100 79 4,790 | 057 0.15 6 900 | TZ70—| o1 54
Ti20@ TD4N(JP4120) 733MEM% T#@ EHX16-ETM4160-30-TH 384MEM
Process 1 : After 73 minutes processing Process 2 : After 38 minutes processing

-

IO EHX12-ETM4120-20-TH 545MEMH%

Process 3 : After 54 minutes processing

BRANFAOEZHLORWVEFRMIICES VW TOERLEISH—ThTHTY,

Even long overhang direct milling for hardened steel, the wear is uniform and a little.
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MOLDINO

The Edge To Innovation
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO’ is a registered trademark of MOLDINO Tool Engineering, Ltd.

A

1. R EOTER

ZE2ELOCEE

Attentions on Safety

1. Cautions regarding handling

(1) IR%7— Z(ﬁﬁ)ﬁ*bﬁwﬂ:}'ﬁ'&“u TEDORUHEL ETICTERIEV TR T EEDIE
MICH AT EREBEVLE
(2)&%*“&’0]?133%375’4'615’&@?&7@% PN HERF TEEMIEVEITERL TR,
BB ER

(1)‘_@??'1[;& TEDE - FhEDOHNBRERET o TVE, ALy F vy 7 EADRTFHIEEIC
[ie)

()RR, BELRHEN RELLB AL, BHIEHEELIE T, ZORBOREEDIRL

[\V)

(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
dropped. Be particularly careful regarding contact with the tool flutes.

(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

2. Cautions regarding mounting

(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.

TLIEELY,
3. FEALEDITER

(1) I TR &2V EAHIF O T % BIRO AR, H5PUHHERBL THL TS, 3.
(2)ZHEMBIR AR O BB, HULMEEDIL_EFOBRREL TTRIALS,
1£H #&W@Fﬂﬂ D NSVHE BBV RN T OMERICISC T HIS A EEIE (FREEL TTER

(3 )BJ%'JIEMHL;IEEG)MHTTO CIERRICHIBL TRET 2IBEN BUET . £z, IUSTHR
REMFIIEEEEDFI L, KFHZVEBICASTRFILHE
M\W}ﬂ“@‘( T B&ZERTIRZOARICKRENN—EMH, REDV REDRELLER
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HNET, IhHD

LTRELBIE T COEEEHRAVVELET,
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REDTITHETIES

R ANICFICEBE | K- KK DERRD BV ET 5| KX
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(5 )IE%$%0)EE’JJ«J9H lidﬁﬁﬁt_&b&u’(ﬁ_éu

(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
of the chattering.

Cautions 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) Cutting tools 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 attached when work is performed and safety equipment such
as safety goggles should be worn to create a safe environment for work.

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.

(5) Do not use the tool for any purpose other than that for which it is intended.

S N

4. BHHIFOTER
(1)55%%’;?7{‘7@%‘(&6&1 BOBRT BN HNET G BEL TR BT 5. BIHIEZ 4, Cautions regarding regrinding
(2 )gé—%ﬁhiﬂélllbi‘é‘tﬁgb‘iéibsz B ZOEEICRL A —E A . RS (1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
PREOREBEEEAL TS, ° i RS » R @ gilhgne ig gotod_ﬁogdition,to:jpergorm regrir&@ng. ool Wh - o attach ”
(3) AR ISR EALEME IR RS /- T/ IR UZDERIEA NP B ENTOET, BRHIZD rinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
13457 NE | L) ] e the work d fety cloth h fet les, etc.
MTEMABIEE HFEA MBS T IR ERI)I RS AR EL TR 3) E:I'ch1‘|/se rp?;gtrjctecgg;inasretﬁeagpe“éﬁ;rdsgr?e?n?cgl seusbssltjgnczscﬁglly gr?g €i;tgsingrganic compounds. When
5. TEICEALT, R LORMES - RN S - ZOMAEKS HYELD | 7U—41VIVEHTHEER | A performing regrinding or similar processing, be sure to handle the processing in accordance with
SRR, thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
w221t MOLDINO
W & 1WIAK
I\ http://www.moldino.com =20120-134159
MOLDINO Tool Engineering, Ltd.
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3-0v/{,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
f [/ MOLDINO Tool Engineering, (Shangha) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrct, Shanghai, 200051, CHINA TEL:+86-(0)21-3366-3058, FAX:+86-(0)21-3366-3050
7 X1 73,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
X% ,/MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista ~ CEP 01333-010 Sao Paulo - P, Brasil TEL ; +55(11)3506-5600 FAX : +55(11)3506-5677
4 (/" MMC Hardmetal (Thailand) Co.Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-(0)2-661-8176
A~ R/ MMC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamataka, Inda. Tel : +91-80-2204-3600
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Specifications for the products listed in this catalog are subject to change without notice due to

replacement or modification.

2022-10(K)

@E?ABLE NIZT A VO THRILTVE Y,
2017-12:FP

®ILINK Printed using vegetable oil ink. Printed in JAPAN



