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New variations of coating, introducing AJ Coating series.
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Nicked inserts enable suppression of
chattering in heavy milling!
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1 1 1 1 1 1 1 Cutting Roughing F.Semi
FHLaR  ATLZE # BB TUN-KE AN #ANg |Applications fnishing
TIE# A& BEeANSE  45~55HRC 55~62HRC
Titanium alloys ~ Stainless steels Cast irons Carbon & 30~45HRC Hardened steels  Hardened steels
ool steels Alloy steels Pre-hardened steels -55HRC 55-62HRC

Hardened s(eels

A\_J 11— T /]’ 7 >/ | J X AJ Coating series

O AJOA—FTAVTI)—=ZXDHEER Features of AJ Coating series
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- Employs an AITiN layer with a new composition created by increasing the Al content of conventional layers. oo aing
+ Excellent wear resistance, chipping resistance, and heat resistance!

surface layer
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+ 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 force!

PVD Technology A7 YU ASIRMBIMMLEME N A 160

Grade for machining stainless-steel materials

(o] :I:#E Features

YEI14EE cutting performance
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- Employs a carbide substrate with high toughness and the new "AJ Coating" to improve wear resistance and ﬁ
chipping resistance when machining stainless-steel materials. Bt v | & ‘ e iz
- Employs AJ Coating with excellent welding resistance to reduce the welding to work material that occurs when EDHIEERE Cutting length (m)
machining stainless steel materials. =7 work material - SUS304
R T8 700 : ASRS2032R-5
A Y —N insert : EPMTO603EN-8LF
il utting conditions ©
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- Provides long tool life for general processing of stainless-steel materials MEE—FIHNT Single-fute cutiing
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Side lock shank Combination shank
A Y —NE No. of inserts

i ot 58 N ize (mm ﬁtEE’J\FE'
mRI—K | 0., 2% A0 I sz ) RO | R | @EE
ltem code Stock ﬂzié)s . d)t%;S s e Inserts Shape | Suggested
e | ae | amee | DC | LF [DCONMS|APMX LS retail price (¥)
AME1232532-42-3NT=4 | @ | 3 | 12 | 4| 8|32 12032 60 | APMT120508R-FT 80,240
*7;';“5';7 AME1240S32-63-4NT | @ | 4 | 24 |12]12] 40 |150 32 70 | APMT120530R-FTx 132 | 147,800
seecs | AME1240S42-63-ANT | @ | 4 | 24 |12[12] 40 |150 42 70 | APMT120508R-N2=2 | Fig1 446 69
AME1250542-73-4N ® 4| 28 (14/14|50 (16042 70 APMT1Z0508R-N3:+s 171,260

50542-73-4NT APMT120508R-RS n
S AME1250S508-73-4NT | @ | 4 | 28 |14|14| 50 |180/50.8 80 | APMT120520R-RS " - 174,780
Iy 18—
combatonsrerk | AME1250S508-115-4NT | @ | 4 | 44 |22|22| 50 |220/50.8/115 80 | APMT120530R-RS=1#2| = [260.410

%1 1 R2.0B8KURB.0IFSFEHAIDIHEATEET T,
%2 R3.0ZEAT 2BEEIMNT « I—F B ZENL I 2UENSD X,

X3 Zy I Y — MITARDKILY—CDE. N2 - N3Y A TD2AEE =D areas.

[FTLEEV. N2ONSZEIHTRO I D ETRRIBLET .

%1 :R2.0 and R3.0 can be used only for tip inserts.
%2 : When using R3.0, it is necessary to perform additional machining of body corner

%3 : When using nicked inserts, install 2 types of inserts (N2 type and N3 type) on a single holder.
Installing only N2 type inserts or only N3 type inserts on the holder will cause tool damage.

4 BBAGATIC=y I Y — MefEfT 25HE. N251 TZ4E. N351 %4 : When using nicked inserts on a 3-flute type shank, use 4 N2 type inserts and 8

T7ZBEmMDFFTLIIEE L, N3 type inserts.
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[Note] Arbor screw is not included.
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i (0 T & size (mm G\
SR O, 2| 2oatione <& sie (o) R Y—k | EEE)
Item code Stock No.of| piga — — Inserts Suggested
fbitzs S 22971397 DC |APMX|DHUB| LF |CBDP DCONMS |DCCB retail price (¥)
mz<v5 |AMEB1250R-42-4NT ® 4| 16 8| 8/50|4248/60|19 22.225|17 |APMT120508R-FT 98,190
it i APMT120530R-FT 132 W
AMEB1263R-42-6NT (@ | 6 | 24 |12|12/63|42|61|60|19 22.225117 APMT120508R-N2:3 ,
AR AMEB1250RM-42-4NT (@ | 4 | 16 8| 85042486020 22 17 |[APMT120508R-N3x3 98,190
Inside di;neter APMT1 20508R'RS 442 260
mmsze | AMEB1263RM-42-6NT | @ | 6 | 24 |12|12/63|42|61|60|20 22 17 APMT120520R-RS1 145,460
YIL51T | AMEB1250RS-32-4NT |@ | 4 | 12 | 6| 6/50(32|48|55 22 27 |19|APMT120530R-RS1%2| 78,600
%1 :R2.0BKURI.0IKXEIH N DHEATEET I, %1 : R2.0 and R3.0 can be used only for tip inserts.
%2 :R3.0ZFEHTZBREFRTI—FHEBINIIDNENDDFED, %2 : When using R3.0, it is necessary to perform additional machining of body corner
31 ZyINA Y —RMITEDMILT—ICDE, N2 - NS5 A TDEEZEWD 1 areas. ) . ‘
[FTLIEEL N2HONSZEBEIMTED (TP ETERIELETD, %3 : When using nicked inserts, install 2 types of inserts (N2 type and N3 type) on a single holder.

Installing only N2 type inserts or only N3 type inserts on the holder will cause tool damage.

[EE] 7—/BRURSBLEEA.

OF | IZEEERTY. @ : Stocked Items.

[Note] Arbor screw is not included.



Fig-3 CRYIN)
Wave-edged insert

Fig-5 (BZwo517)

2 Nicks type
e

Fig-6 (v—7IvY)

Fig-4 (2=vo5147)
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ko Carbon steels || M Rt - iR
SUS% SUS, etc. " | General cutting, First recommended
FC-FCD castirons M M : —HRETH -
3:9*/@% Titanium alloys - General cutting, Second recommended
BEREI—R BE JS:JIS_C;IJQJQ Adﬂz;gg/? ~t & size (mm) TN E;EE;/(];%'
T ezt | Js1025 JS4060 JM4160 [INSL| W1 | S | RE | S"° | Sussesed,
#o% | APMT120508R-FT ° ® [12(789 5|08 | o] 1130
Waveedgedinsert |- APMT120530R-FT*" o [ ] 12 (7.89| 5 | 3.0 ] 1,130
2=wZ 2nicks | APMT120508R-N2%2 o o 12 |7.89 | 5 | 0.8 |Fig.4| 1,130
3=v% snos | APMT120508R-N3+2 | Mk 0 ® 12789 5 | 0.8 |Fig5] 1,130
| APMT120508R-RS (] 12 {789 | 5 | 0.8 1,130
o ZIv | APMT120520R-RS*' [ 12 |7.89 | 5 | 2.0 [Fig.6| 1,130
APMT120530R-RS*" (] 12 7.89| 5 | 3.0 1,130

%1 1 R2.OBKV I—FR3.0F5EHmHNDIMERFTHET I o
X2 Zy A Y= MITARDRILT—CDE. N2 - N3Y A TD2AEEZE D

IFTLREEV. N2HNSZERTERDOFITDETERIBLET,
CEE]JISO—Fs VI EBERYYF VY —ICRIGLEBADTTEEZLIEEL, [Note] Please note that the JS Coating does not cause a reaction in conductive touch sensors.

%1 :R2.0 and R3.0 can be used only for tip inserts.
%2 . When using nicked inserts, install 2 types of inserts (N2 type and N3 type) on a single holder.
Installing only N2 type inserts or only N3 type inserts on the holder will cause tool damage.

HEBMEDADE T, Numeric figure in a circle .

B I5>7TRL 77— ARL RSA)(— RUBERIERALEA]
Parts Clamp screw Arbor screw Screw driver Screw anti-seizure agent
AR o
Shape 16 f——l—é:a}:—:%: %
0 FHLI\GE HBEINGE HLEI\TE HLEINGE
NS T B o] o | [EE® ) J
Cutter body (N-m) | pfssal, (T7—7 With air hole) o) PG LK) price )
27 | AME120 265-141 | 2.0 | 870 —
AMEB12: i -
- 265-141 | 2.0 | 870 |100-182(T7—Rf1) |3060|104-T10 (1,920 P-37 |1,010
Bore
265-141 2.0 | 870 —

[FR] 5V TRUIKERRETT, EARKRICEIDZBREDIEILLEITOTREDORIBESBVBILET, IS5V TRUEFHD2AMBLE T,
[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.

Includes two spare clamp screws.

OF [ IZEEBERTY. @ : Stocked Iltems.

LN BILERTI . No Mark : Manufactured upon request only.
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Recommended Cutting Conditions

ap
<J8HID> shoulder Milling
TS A T Shank type
— HEHTE | GIMGEE | —XHDO%D ¢32 ¢40 ¢S50
Work material Recom"éended Cl:}“(ng/sPe)ed F??d f°/<t>)th ae < 8mm ae < 4mm 4mm < ae < 10mm ae < 5mm 5mm < ae < 12mm
rade clm/min z(mm,
° DS | XDRE | R | X0RE | DY | Z0RE | DN | Z0RE | DN | R0RE
min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
—RgiEIS 54060 11226 %112; 1,492 7161 1,432 | 1,146 | 1,194 764 | 1,146 917 955 611
Mild steels : : : s "

. . ve=150m/min ve=180m/min ve=150m/min ve=180m/min ve=150m/min
(200HBLLF) ~180 ~0.20 £=0.16mm/t £,=0.2mm/t £=0.16mm/t £=0.2mm/t £=0.16mm/t
pEmas® | | 100~ o1~ [1,194| 5731114 | 891| 955| 11| 891| 713| 764 489
e 120 0.16 ve=120m/min | ve=140m/min | we=120m/min | vo=140m/min | vo=120m/min
( AT) ~140 ~0.20 £=0.16mm/t £=0.2mm/t £=0.16mm/t £=0.2mm/t £=0.16mm/t
RFE DS 80~ ot~ | 895| 322| 716| 401| 637| 306| 573| 321| 500 244
e JS4060 20 0.12 ve=90m/min ve=90m/min vo=80m/min ve=90m/min vo=80m/min
(30~40HRC) ~100 ~0.14 £=0.12mm/t £=0.14mm/t £=0.12mm/t £=0.14mm/t £=0.12mm/t
27U 80~ o1~ | 995| 477| 796| 37| 716| 458| €37 509 573| 367
S | 14160 90 0.16 %=100m/min | vw=100m/min | w=90m/min | w=100m/min | ve=90m/min
SUS iielin, ~100 ~0.20 £=0.16mm/t £=0.2mm/t £=0.16mm/t £=0.2mm/t £=0.16mm/t
% % 120~ 012~ 1,492 | 716[1,432 | 1146|1194 | 764|1146| 917| 955 | 611
e ias JS4060 150 0.16 vo=150m/min vo=180m/min vo=150m/min vo=180m/min vo=150m/min
FC,FCD ~180 ~0.20 £=0.16mm/t £=0.2mm/t £=0.16mm/t £=0.2mm/t £=0.16mm/t
Fovas 30~ oo~ | 308 119 308 | 207 318] 127| 318| 166| 255| 102
Tl JS1025 40 0.10 ve=40m/min ve=50m/min ve=40m/min ve=50m/min ve=40m/min

| 5t Cuting ~50 ~0.13 =0.1mm/t £=0.13mm/t £=0.1mm/t £=0.13mm/t £=0.1mm/t
KNP ZAT Bore type
— HEHE | SIHIEE | —D00ED ¢50 63
q Recommended | Cutting speed Feed tooth L/D<L3 3<L/D<LKH L/DL3 3<L/Db<LK5H
JACimateral grade Ve(m/min) f(mm/t)
CIERE | XDRE | CERH | XDRE | CERH | XDRE | B | EDRE
min-! mm/min min-! mm/min min-’! mm/min min-’! mm/min
— RS SR 154060 11225 %112’6“ 955 611 764 367 758 728 606 437
Mild steels f i : N
. c=150m/min c=120m/min c=150m/min c=120m/min
(200HBLIF) ~180 ~0.20 =0.16mm/t =0 12mm/t h=0.16mm/t b0 12mm/t
prmass || 100 ot~ | 764 | 489] 637| 306 606| 582| 505| 364
arbonlioyteels . =120m/min «=100m/min «=120m/min «=100m/min
(30HRCLLT) ~140 ~0.20 =0.16mm/t =0.12mm/t =0.16mm/t f=0.12mm/t
B AR 80~ o1~ | 573 | 275 509 204| 455| 327| 404| 243
Carbon/ Alloy steels | JS4060 2 0.12 ve=90m/min ve=80m/min vo=90m/min vo=80m/min
(30~40HRC) ~100 ~0.14 £=0.12mm/t £=0.1mm/t £=0.12mm/t £=0.1mm/t
27U 80~ o1z~ | 637 407 573 275| 505| 485| 455| 327
Stainless steels | JM4160 20 0.16 %=100m/min | vw=90m/min | v=100m/min | ve=90m/min
SUS Hitlin ~100 ~0.20 #=0.16mm/t #=0.12mm/t #=0.16mm/t #=0.12mm/t
% % 120~ o1~ | 955| 611| 764 | 367| 758 | 728 606| 437
Castirons JS4060 150 0.16 ve=150m/min vo=120m/min vo=150m/min ve=120m/min
FC,FCD ~180 ~0.20 £=0.16mm/t £=0.12mm/t £=0.16mm/t £=0.12mm/t
FovaS 30~ oo~ | 318| 166| 255| 102| 253| 197| 202] 121
Titanium alloys Js1025 40 0.10 ve=50m/min ve=40m/min ve=50m/min ve=40m/min
Ti e ~50 ~0.13 #=0.13mm/t £=0.1mm/t #=0.13mm/t #=0.1mm/t

HAHEDARE(FPSD N L IAGIRR%AEE(CL TICEW, For adjusting cutting amount, refer to the machining region curves on the p8.
[EE] ORKFIBHVEO—BRABRETTABBIEDY—UV S NITHORRICEDE TRELTIZEW,
@YU FTIAHAH LD TEIBIEHLED =D, T TP —TO—HICLBPISTHRERTO TS,
@B LIV T F REAER B 2B E. NMEHBVIEFBICA>TAESEZR/NAHUEIDT,
CERICBLTEECDABICRENN—ABF REAHREDOREELBRL. RELRIBE CEESNZTEBBOVLET,
BISTI—F4 VI FBBERRVF LY —ICRISLEFFADTITEFELIZE 0,
&1 VY —bORRZRDICITOV BEDFEBICL BB EFHNLTIIZE 0,
O TFRICBMIFEHIVDINUSTHEEQERLET,
Q(cm®/min)=ap(mm) X ae(mm) x vi(mm/min)/1000
OFRIEIGEDEICIEBELEE Ao
@F 2V EEOMNI TEMH I KB HEEIBE ML TS0,
QOFTZL—AhlEPt EFRDOA VY —b T, ae<3mMmTOEREHENZLET,

[Note] (DThis table shows general conditions for shoulder cutting. Conditions should be adjusted according to machine rigidity and tooling, workpiece condition, etc.
(@To prevent tool damage due to chip clogging, always use a chip removal method such as an air blower, etc.
(3)Since there is a danger of discharged chips flying up and causing cuts, burns, or damaging eyes, during use be sure that protective covers are in place
and that workers wear protective equipment such as protective goggles to create a safe work environment.
(®Please note that the JS Coating does not cause a reaction in conductive touch sensors.
(5Replace inserts at an early stage to avoid breakage due to excessive use.
(6)The following equation can be used to determine the metal removal rate per unit time Q:
Q(cm®min)=ap(mm) x ae(mm) x vi(mm/min)/1000
(DThis tool is not suitable for slotting.
(®Be sure to supply a water-soluble lubricant when machining titanium alloys.
(OFT breakers are medium-finishing inserts. Recommended for use for ae<3mm.
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Cutting performance

4-Jl|j._ h@ﬁE&Uﬁiﬁ Features and Applications of Insert

TL—NDENFIFCED . FERAZEICSEUMINAGECEDE T

Selecting the appropriate breaker enables appropriate machining for various applications.

VEEEE;E ° ,.EJ]I]IHE ° %—;ﬁfé Low cutting force, roughing, first recommended
=Wt U =P Nicked inserts O vt Y —NC KDIRIRFIM T EIREIC D F T o
O RAH ML THEBHIMIT LD EEVIREIZZNFILE T

« Nicked inserts enable low-resistance machining.
« It has low resistance machining and suppresses chatter vibration even for deep cutting.

Vfﬂ“ﬁq:{ij:ﬁﬁﬁ For semi finishing

SBEIFA B =B wave-edged inserts @ EYHAHEREDIN IO EIREICIEDE T,

@RVIHIFARDERAICKD . A T — A FERENE LELTHEDET

+ Enables shallow-depth, high-feed-rate machining.
+ Use of a wave-edged flute shape improves insert tip strength.

FT

VI yaﬁﬂulmﬁ For titanium cutting
=T ITvIL I —N 0 v—TTwIA Y —NIKD. FYYDEEERMTICELTVET,
Sharp-edged inserts 0 v — THEYINFTED TR CMI AT ENTEET,

« The sharp-edged insert is suited for high-efficiency machining of titanium.
+ Sharp cutting edge enables machining to be performed with low resistance.

HyIRF1DRERUAEE Fertrnaselil =710 —~ORMHsE: [t

A — N OEFEEE(EL. 2 OikILF—DENN BB RFICN2Y A T« Y —R=BbHIFT
ATHEEUICKWAYYEEEHTL <fEELY,
FLc, ON3Y A T U —NIEDPEWVWHIFICEDAHF TR EL,

The effective inserts arrangement reduces
chatter vibration at heavy milling. « Install N2 type inserts on insert rows with holder mark.
« Install N3 type inserts on insert rows without holder mark.

[ N2> —r351)

N2 insert row

bl
D=y oA —NE T RDAA—IZDE N2-N3
84T D2BEERUAH TS0, N2ANIE R [ N3 o—r331 |
WO 5 TRRIALET.
aw = ~ _ QZvOHRA VY —bORUN I B%:2 5 TBiE
AWIHLRHUFEDA Y~ LETDTRATHBLIEL,
MRE D EDRRNS S TER -

iﬁbtb\iﬁ'o TWhen using nicked inserts, install 2 types of inserts (N2 type and

N3 type) on a single holder. Installing only N2 type inserts or only
The tip blade also has a surface to clamp N3 type inserts on the holder will cause tool damage.

B i i i i (@Installing nicked inserts in the wrong position will cause tool
mse_rt surface in the t°_0| axis direction to damage. Be sure to exercise sufficient care.
achieve secure clamping.

N3 insert row
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Oyt VY —RDRAICKD. RERTELDE
HIHEIETZ30~40% KR T 2 EHTEEICTRD
F9,

+ Since AME adopted nicked insert, it is able to reduce cutting
force by 30~40%.

;97%@”"1 Titanium Cutting

TIHIEH &7 (N) Resultant Cutting Force

4,500

4,000

3,500

3,000

2,500

2,000 -

1,500

1,000

500

FTH A 75—k

FT type Insert

=y oA IY—b

fiEkmB

Conventional B

HERmA

Conventional A

tﬂ‘ﬁu%ﬁ: Cutting Conditions
ve = 120mM/min

Nicked inserts apx ae = 25XTmm
(5 S50C(220HB)
1 | ] )
0 0.1 0.2 0.3 0.4

174Dk Feed rate(mm/t)

@ v—TIvIAVY—N2RAVDTET. FYVEEDRAINMINTREICIED R U,

OINIKBRL. RIFFUIDSFHHZERIRELELE LT,
QEEF TMILZTI/csd . RELHULENRVWVAETEREM IO HE

« Cutting performance is also good, and good chip removal is achieved.

EICTED . RIFE T EHEaEEDE T,

- By using a sharp-edged insert, free-cutting machining of titanium alloys has become possible.

« Since machining is performed at low resistance, stable machining even at long extension amounts becomes possible and good tool life is achieved.

O YIWKTHIRDIELB apac=30x30mm

Chip shape comparison

sl I\'- s

-y

fERm T OHRYIDL T

Conventional chip shape

e
e ds . Tt 14

fuita 91 WITR,

&

wuist : Ti-6AI1-4V

Work material

(L/D=3.4)

1=n%: AMEB1250RS-32-4NT

Tool model

ATETOHHYIOLTF
AME'’s chip shape

IR Cutting scene

O T EEMDLLEB apxac=10x30mm (x—X414)

Tool life comparison

RIS EIEEFEIR VBmax

Maximum flank wear width VBmax (mm)

1vyo—tag . APMT120508R-RS;JS 1025

Insert model

zhLE: 1 70mm. smem: BTS50(11/15w)

Overhang Machine used

s—sui : IKBTEVIHIM (FRIREES~8%)

Coolant Emulsion oil (Dilution ratio: 5 to 8%)

-

o
o)

o
o

o
~

o
N

o

(Single-flute cutting)

G5

Conventional

tIHIBERE Cutting time (min)

ol Ve =50m/min (n=320min")

Cutting speed

EDE

Feed rate

Vi=42mm/min (fz=0.13mm/t)
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Cutting performance

%wu%t w‘ﬁ“ﬁm Overhang and Cutting range

Q> v 347 ($50) Shank Type OKR7 2147 ($50) Bore Type

75 50
'N‘Hj LE ! ‘%Hj LE 6verhang
—_ =X £ Overhang | - L 170mm(3.4DC)
£ 90mm(1.8DC) g : :
§ s ot X I JETY) NS —
& : ‘ ‘ % & ZHUE Overhang
: : ‘ ‘ 3 : 250mm(5DC)
i) : : : : i : ; ;
ge 30 = N A I o N ST
s H B
- = K =
=N ¥ | 1
AME1250842-73-4NT = 15 e BT, N S  FRUSRS SRR .
0 | — 0
10 20 30 40 50 AMEB1250R-42-4NT 10 20 30 40
YBAHE ae Cutting width (mm) YAIE ae Cutting width (mm)
nr
wa“%ﬁ Cutting Conditions
e BTO0 (11/15w) gz - Ve=120m/min(n=764min")
Machine used Cutting speed
+v9—~: APMT 120508R-N2/N3(=v 1) oz - VF=36 7mm/min (fz=0.1mm/1)
Insert With nick Feed rate

wae  Rei (S50C:220HB)

Work material Carbon Steels

KRIROILTIEFEMAIE®CY -V T, IITYORRICEDE TUHAHEBZRHEL TLEL,

¢ For actual machining, adjust the cutting amount according to the cutting material and machine rigidity and tooling.

mﬁunulﬁth& Machined Surfaces Comparison

TV IR YR ORIAA Y —hRIC BF I TEZS I ENTEXT,

- Both nicked inserts and wave-edged inserts provide good machined surfaces.

=y {149 —k N2/N37L—% BIOIA Y~ FT7L—%

Nicked Insert N2/N3 Breaker Wave-edged Insert FT Breaker

[2 | [ ]
iy o, |
t’,rﬁ“%'# Cutting Conditions

wrm: BTOO (11/15w) e : Ve="150m/mn(n=955mn")

Machine used Cutting speed

B ﬁ%&-ﬁ (S50C:220HB) RO - vi=57 3mm/min (f2=0.1 5mm/t)

Work material Carbon Steels Feed rate

hanE - deXap =5X40mm

Depth of cut
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Field data

7°I/Z§§‘-_’0)7JHI$W] Cutting examples of press mold

Cutting Conditions

Vf = 300mm/min (fz=0.125mm/t)
apxae = 40x5mm, OH=100mm
W - TUREEN (558)
Work material : Press mold cast steel
I7—J0O—.RULAIDOIMT

Air-blow, Trimming blade machining

Cutting Conditions

HyFiRT« AME1250S508-73-4NT HyFiRT« AMEB1263R-42-6NT
Cutter body (950-48HA. Vv o517 Cutter body (9pB3-BH. K75 AT)
®50-4Flutes, Shank type ®63-6Flutes, Bore type
1Y —h APMT 120508R-N2/N3;JS4060 A=k APMT 120508R-N2/N3;JS4060
ossit (Zvoft1r8—h) Insert (Zvoft18—h)
Nicked inserts Nicked inserts
BIHISRH Ve = 95m/min (n=600min') I B Ve = 180m/min (n=900min-")

Vf = 1,500mm/min (fz=0.28mml/t)
apxae = 2.5~10x10~63mm
#iHl# . FC250, OH = 250mm
Work material

I7—J0—. &E=FmT

Air-blow, Depth constant cutting

NI

Cutting scene

TR

Cutting scene

9‘97‘353“10)7]"1515“ Cutting examples of Titanium

Cutting Conditions

Vf = 130mm/min (fz=0.1mm/t)
apxae = 43x3mm

HWHIR - Ti-6Al-4V

Work material : Titanium Alloy

KAL), AIEN T

Emulsion oil, Side cutting

Cutting Conditions

hyFRT« AME1240S42-63-4NT hyFiRT« AME1240842-63-4NT

Cutter body (GA0-48F. V0I5 1) Cutter body (DA0-48F. Y51 )
®40-4Flutes, Shank type ®40-4Flutes, Shank type

A9 —h APMT120508R-RS ; JS1025 A9 —k APMT120508R-RS ; JS1025

Insert (v—TIvIAoP—h) Insert (=T IvIA1oY—h)
Sharp-edged inserts Sharp-edged inserts

Pl Ve = 40m/min (n=320min-") PIEIESES Ve = 40m/min (n=320min")

Vf = 190mm/min (fz=0.15mm/t)
apxae = 12x10mm

HRHIAE © Ti-6Al-4V

Work material : Titanium Alloy

K ELTHH, RIEINT

Emulsion oil, Side cutting

Cutting scene

Cutting scene

OXUk FYVERRA VY —NEERTHET HERR XS ESIHHEH DT SIRIFDINE L RE LT
Comment KOBRERAME, FanfELiF ol Comment HREETH ol
By using an insert for titanium alloy machining, 2 x the Due to low cutting resistance, cutting noise were lower and
efficiency and 2 x the tool life was achieved. machining conditions were stable.
IR IR
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Field data

FTL—HMUENID (S45C) MIFREEH

Possible annual CO2 emissions reductions

kg-CO2/Year

Example of 50% machining reduction (S45C) of side machining of plate ﬂf ;E 1’;'EE ¥
Conventional Proposal
ARZBLT TV | pNE12508508-73-4NT
ndexable tool roughing
IEE ¢ ’f)'U'— h% Tool/insert costs (¥/IE) Yen/Tool ¥1 9,980 ¥28,000
’fyﬂ'— |\.| 1@% TCD@:l_j_ii Corner count per insert (:I_j_/ﬂﬁl) Corner/Insert 4 2
7~]§|J (’f V'U‘— |\§5() Number of flutes (*i) Inserts 4 ( 1 6) 4 (28)
T EFE6D tooliite (92/IE) winsmoo 60 60
IE }ﬁﬂﬁFﬁ Tool replacement time (ﬁj\/ IE) Min./Tool 5 7
%W% Machine cost (¥/ﬁ) Yen/Min. ¥ 1 OO ¥1 00
'7—9 1 ﬂEI@jJI]IH%FEﬂ Machining time per workpiece (ﬁ/ 9_7) Min./Workpiece 1030 23-0
'7_7 ] ﬂE@jJuI% Machining cost per workpiece (¥/ '7_9) Yen/Workpiece ¥] 9,733 ¥7,935
BuI%tbg Machining cost ratio (cyO) 1 OO% 40%
it % =
Conventional Proposal
D—J 1EITIDCO2FLESE (kg-CO2/1El)
COz2 emissions per machining of workpiece = kg-gCOz/Workpiece 3488 2'744
FECO2R&EE (kg-CO2/ )
Annual CO2 emissions = gkg-COz/Year 2’543 2’000
1 FETIERBAIEEIL CO2 2 (kg-CO2/ %) 543

Ve vi apxae Q
(m/min) | (mm/min) (mm) (cm3/min)
ek IR 173 | 700 | 30x3 | 63
AME 173 | 940 |30x10| 282

HlliR

Reduced
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Field data

1-¥—| 9= fERTE YIHIS A R
User Work Tools Cutting Conditions Result
A*I it AME1250S508-73-4NT ve=100m/min, vi=400mm/min, AMEF SRR RKLVEDEIZ ) EL I TEHIFIEFFEIB TR,
1 Company A SCM APMT120508R-FT JM416048% apXae= 70X0.5mm, Ir7-7J0- Compared to F:qrresponding cgnventional, maf:hining noise of AME type is
Machine parts Equivalent to JM4160 Air-blow less and machining surface is virtually flat, providing good results.
AMEFZ(ZEREBEDHEIRA TT AL DY SDHBEIV N\ E<RE
o| Bit 71/%@%@ AME1250S508-73-4NT ve=94m/min, vi=300mm/min, kaEDﬂI‘Cﬁofco ERIEOM/ CItET 3, ] |
ompan # _ - type was tested under the same cutting conditions as conventiona
Company B Press mold Cast steel APMT120508R-N2,N3 JS4060 apXae 40%5mm produc}t/s, and was found to provide lower cutting force for stable machining.
Applicable to low-rigidity M/C.
. . 4 E REET AEFR HVHY bt
3 C*i ﬁggg&% AME1250S508-73-4NT Vc; 173?6;?,:%,5/;]: 940[-m'n/mmy gl\gf_ﬁ/liﬁ}&ﬁmfcﬁ)fiﬁbﬂIRE.\'CDIJIEEEE?J %\’J45Pnz‘-.
apXae= o
Company C E::'Zg APMT120508R-N2,N3 JS4060 (?E;E:Vc: 173, vi="700, apXae=30%3) | Low cutting force of AME type enabled approx. 4.5x machining efficiency with
Conventional stable machining status.
4 D3t MRS AME1250542-73-4NT Vc; 100?2/;nén, vi=300mm/min, g“:fﬁ?o)ﬂﬂlﬁggﬂﬁfxl\47\574?51? K2J)vdD1.548(C
apXae= mm o
Company D SMEL]ﬁ:lp;In? APMT1 20508R-N2,N3 JM4160484 (?E;E:VC: 30, vi=80, apXae=30%9) AME type provided 1.5x the machining efficiency of conventional HSS
Equivalent to JM4160 | Conventional roughing end mills.
PR ve=120m/min, vi=304mm/min, | RV R—I)VICEBIITERY15H H'8DICiRoT,
5 E*i FC2,‘-_')([ZJ)(:I AME1250542-73-ANT apXae= 50X4mm Machining time of 15 minutes with conventional shoulder mill was reduced to
| o | APMT120508R-N2IN3 JSA060 | (ft:vo=500, w=1.200, 25=7, 2s=3) | 8 mintos with AVE type.
6| Fit #&imER& | AMEB1250RM-42-4NT ve=180m/min, vr=480mm/min, | #¥skQD1.3MEEGEL T,
Company F Msacsmig?s APMT1 20508R-N2,N3 J54060 aane= 26X1 5mm Tool life was 1.3x that of corresponding conventional.

Emlmii% Cautions during use

*When using corner R3.0 it is necessary to perform additional machining of body corner areas as indicated below.
R2.0
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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 BE2ELEDTEE Atentionson Safety

1. R EDTEE

(1) IE25—X (R PSBWHETEIR. ETADETHIVERFORENELTERELAVEL
I+ AHETEBESEVLET,
@) 1Y — ety TEBICIERAT 258 T UERF TEEMALVLIISEBL TV,

2. BT RN TER
(N ZERICH 7= T ALY = Dy T AT EICToCWEEE T —NEAORF T HHEEIC

ToTLER,
(2) ZfEMARIC BEGIREE N RELIBE R ESICEREF LS T 20RO REERNT
P&V,

J.FEALDIEE

(1) PIEITEH B \IHHIM O - BEOHEE, H5HUHHETRL THNTEEL,

(2) IR RO BE L, FLWMEEDIT EFOBRRELTIFIEEW RSN AEMBE,
{ERERORBIMED /NSNS E BBV T OHERICISU TN EEIE AL CTER
{F2EW,

(B) 1Y —MNIBBEDME T, ZHERAPICHIBLTRETIBEN HVET, T, YIKTHRET
BIENBNET, ChODTRAMZIEEE LB, MEHBVRBICA-TEFILZBNAY
HNETOT, TEEZEAFEZOABICKS NN —EBH, REDI REORELLEAL
TRELWHET COMEEEBRAVWLET,

BN BREDBEBRDHZEZA TIHMERALEVTEEL,
- RAGEMEELRIE, KKDBIADHNETDTHEBLENTEEN,
(4) TEERROBHILISMIAERBLZY), BUELZWLENTEE N,
TEICHULT. REEDMEE - FHOE - 2O ARSI BYUELLS| 7Y —F 1 YIVEHHER N

BEVAEDEEE,

>

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 Iuse, 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 RRFBEAXMEEA4-31-11(Ea—UvImEEE)L8H)
@ 03-6890-5101 FAX 03-6890-5134

International Sales Dept .. & +81-3-6890-5103 FAX +81-3-6890-5128
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EXEPEE B®036890-5102 FAX03-68905134  BHEZEES @®03-6890-5103 FAX03-6890-5128 EZ

RREFEP B®036890-5110 FAX03-6890-5133  E#ME%EFT @& 054-273-0360 FAX054-273-0361
RibE%pr 0222085100 FAX022-208-56102  ZHEEXRA B 052-687-9150 FAX052-687-9144
HimE%r ®0208-87-1224 FAX0258-87-1158  ABREZEFF T 06-7668-0190 FAX06-7668-0194
RERERA 0294889430 FAX0294-88-9432  rhIMEZFT @& 082-536-2001 FAX082-536-2003
REEEM B®026821-3700 FAX026821-3711  HMEZRFT @&@092-289-7010 FAX092-289-7012

JtRERERPT @®0276-59-6001 FAX0276-59-6005
#RIE%m ®046-400-9429 FAX046-400-9435

3-0v/\,/MOLDINO Tool Engineering Europe GmbH lItterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
o1 [/ MOLDINO Tool Engineering, (Shanghai) 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
A%< ,/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 - SP., 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,/ NNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th main, BBMP Ward #11, (New #38), Industrial Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamataka, India. Tel : +91-80-2204-3600
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replacement or modification.
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