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Achieves high-efficiency direct cutting of hardened steels!
Greatly reduces processing steps by achieving direct cutting after tempering.
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Highly efficient cutting with 4 flutes

02 ‘EmERRIRUA CIHIEREZR L

Special flute shape in tip area improves cutting performance.

03 ATHI—F I DR TEEEM ChbREMm

ATH Coating provides long tool life even on hardened steels.

047 TEHEONRTARN CHRBE IR

Variable Pitch geometry enables vibrations to be suppressed even for 4 flutes.

05 EWFY TR ‘JI\'CUJD(?'HFH:':|$7EI"]J:(§EHDI7&§%L%)

Wide chip pocket improves chip removal for stable cutting.
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Peripheral flute can also be used. (High helical provides good cutting performance.)

e
1 1 1 1 1 FAiE

k2l gl ZFULZE TUN—KUEE BAKER BEAN# |Applications -7 A =

Yy | TE® 45~55HRC  55~72HRC Aﬁl— 2K RO.5~R6 [ 17 7 'ETA ]
C Carb | Stainl | Pre-hardened Hardened | Hardened | " lems
R v oomens PNt MSTRIRGT MRERe Mold making Parts processing

"R SEImFRIAE IR

Features Special tip shape

T AIEITHTFIES D)
 Miniature’end flutes™
(Cutting|flutesiexist!)

<#§E ° ;?7]%> Features and effects
IRSCIHER D [ CHU VSR F B R T TR I Rt =
T DI EICKD. AMATHOEN S RBEE

[ ELELIz.

NIk EimmEsm E UZRELEINIZSEIR U <YFE - FNER> Features and effects

&9, BE PIERE EOORDEBEHRN SEOLELI.
By creating a special flank face with a tiny relief angle at the very tip Qﬂ% : EP'LI\EBZCDUJD<§W@a&a‘:$é}yty7®}[ﬂﬁﬁu
section, R accuracy is improved even with 4 flutes. Features: Zero cutting point at the center is isolated from the cutting point.
This realizes stable cutting due to improved tip rigidity. Effects: Chipping due to jamming of cutting chips at center area is suppressed.
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Features Suppressed vibration with Variable Pitch geometry
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?ﬁﬁu*z Work material - YXR3 (58HRC) Conventional J:é)a 52 | 4 (M ﬁ \ Zﬁrﬁ]
EAIE 100 .08 (R4) XARIH 4 futes 7 4 ﬂutesl = s Al [ } | J’,-r Z direction
n=4,000min"" (ve=100m/min) ;g%- Equal pitch e 10|\ I Y W5 = oors 1
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a=0.3mm a=0.Tmm ] & 200 Tesaon an e e
RS -I77 70— bry Airblow 2505 0.005 0.01 0.015
AR Machine: HSK-AB3  TEZZHUE s : 32mm B3R time (S)
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Features Performance and positioning

EEE% Hardened steels (HRC)

EHHB'ATH 4WE 70 é;tjéﬁsHigh Hard Ball

(48R : TRYI)N\A)N\—FR=)b)
55~72HRCHRIgZD/\—
(55HRCLL EDBEANSATHER % %78)

Covers the range from 55 to 72 HRC.
(Surpasses conventional tools particularly on
hardened steel of 55 HRC or higher.)
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*" Finishing region
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Roughing region

ERE mitd steets (HRC)
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Improved heat-resistant coating

O :F#'Et*%ﬁg Features and characteristics

OTH:l—j_-»_r_‘/ﬁ'a)ﬁﬁf‘gtﬂﬁﬂ%t‘li?éé5!:35(%, SEEMIEIIN T D .Ear%r;esls and <>I>‘<fidati%nhr_eiistanfcfie.oftTHhCoatir;? is E{rtaehr in(';proved.
EEmit. .?{ﬁE%{tb‘ﬁlﬁElCUQ?be:o B ~ ) m[;?erizsls?nger ife and higher efficient when cutting high-hardness
(FERAFDHESOICHELUIESIR T /ORIy —FT 4T TT) (Si nano composite coating with finer crystal particles)

.E@E*Zﬂ(SEH RCL\,U:) @ﬁﬁﬂﬂullci&?H,lgﬁEE%}ﬁngsg-o .:Esg_lﬁ?lt(s; 2?1€izg|ﬂgr§)erformance when cutting high-hardness materials
SRS A SREH. TEHR Cold-worked die steel, HSS, tool steel.

.Fa*{@%'jlyl\?%ﬁ%ﬁo @Long life for both dry cutting and wet cutting
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RINZE 1 FHFREBR Tolerance on R : Right table

R E:, Afr 15° R g
Asqz & g Boss & g §
Atype [ P B type By 1
DR E g2
L L
(mm)
IR—ILHR RRNE SERRNE

R Tolerance on R | Tolerance on dia.

RO.5~1.5| *0.005 |0~-0.010

S ATH TEAE R2~3 £0.007 |0~—0014

(-S)-ATH G:b; _']Henxangwe Ve R4~6 +£0.010 [0~-0.020

TLE Size (mm) "
mEI—K wE TR SR | TR | EME| BE | 2k [vvoB D8 a7 RE)GEE (D)
Item code Stock R Dc 2 22 D L Ds flutes | Type | Suggested retail price(¥)
Ball radius| Tool dia. Flute  |Under neck| Neck dia. | Overall |Shank dia.
length length length

EHHB4010-S4-ATH o 4 A 10,710
EHHB4010-S6-ATH o 0.5 ! 15 3 0.95| 50 6 4 A 11,840
EHHB4015-S4-ATH o 4 A 11,330
EHHB4015-S6-ATH o 0.75 15 25 45 1.43) 50 6 4 A 12,450
EHHB4020-S4-ATH o 4 A 11,330
EHHB4020-S6-ATH [ ! 2 3 6 19 50 6 4 A 12,450
EHHB4025-S4-ATH o 4 A 11,940
EHHB4025-S6-ATH o 1.2 2.5 4 75| 238 50 6 4 A 13,160
EHHB4030-S4-ATH o 4 A 11,940
EHHB4030-S6-ATH o 15 3 4.5 9 2.9 70 6 4 A 13,160
EHHB4040-S4-ATH o 4 B 11,940
EHHB4040-S6-ATH o 2 4 6 12 3.9 70 6 4 A 13,160
EHHB4050-ATH ® 25 5 75 | 15 4.7 80 6 4 | A 14,180
EHHB4060-ATH ® 3 6 9 18 5.7 90 6 4 | B 15,000
EHHB4080-ATH ® 4 8 12 24 7.6 | 100 8 4 | B 19,590
EHHB4100-ATH ® 5 10 15 30 9.5 | 100 10 4 | B 24,990
EHHB4120-ATH ® 6 12 18 36 11.5 | 10 12 4 | B 32,440

O ﬁﬁﬁ%%‘}ﬂﬁ%ﬁlﬁl _%4% Re-grinding compatibility range table

SAUF IR
BRI R e B P A o
Iltem code Product name Line up tool dia Shape 9*@ Outerdia, IDH End
IRy I\AI\—Rik—JL _ P ppg— ~ P
Epoch High Hard Ball 1~12 | A I e— | 4~12 | 4~12

ATEOBMREE. SttCTRIMEE. MR ZBRLE I,

For regrinding of this tool, please ask our company. We will reproduce the special tip section shape.

OF)  IZEFERTI., @ : Stoked items.
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Recommended Cutting Conditions

ae

= 55HRCRBDHAEIMICBILELTIS, it 2# %, 3T U— X ERERLET.
= I . CHEOMHE-MESD ) ESBRIEE ),
Roughing

For work materials with hardnesses up to 55HRC, we recommend our company's 2-flute or 3-flute tool series.
Please refer to "Performance/Positioning" on page 3 ap

Jib

J5E AN AN AN
A4 Hardened steels Hardened steels Hardened steels
Work material (55~62HRC) (62~66HRC) (66~72HRC)
SKD11, YXR3 HAP40, YXR7, SKH51 HAP72
TR SR EIEBERE ve=110m/min EIHBERE ve=90m/min FIEEE ve=70m/min
D — S — : - ST
Ball radius Tool?jia. @%& JiD‘;EE ap ae @ﬁ:‘ﬁ lzbv):ifi' ap & @ﬁ:]—'\ﬁ ﬁb‘jfifi' ap a2
(fus) fwin)) min-! mm/min mm mm min-1 mm/min mm mm min-1 mm/min mm mm

0.5 1 35,000 | 1,930 | 0.08 0.23 | 28,700 | 1,340 | 0.06 0.18 | 22,300 860 0.05 0.14
0.75 | 1.5| 23,400 | 1,760 | 0.11 0.34 | 19,700 | 1,220 | 0.09 0.27 | 14,900 780 0.07 0.20
1 2 17,500 | 1,750 | 0.15 0.45 | 14,300 | 1,220 | 0.12 0.36 | 11,100 780 0.09 0.27
125 | 25| 14,000 1,650 | 0.19 0.56 | 11,500 | 1,150 | 0.15 0.45 8,900 730 0.11 0.34
1.5 3 11,700 | 1,650 | 0.23 0.68 9,600 1,950 | 0.18 0.54 7,400 730 0.14 0.41

2 4 8,800 | 1,670 0.30 0.90 7,200 | 1,160 0.24 0.72 5,600 740 0.18 0.54
2.5 5 7,000 | 1,700 0.38 1.13 5700 1,170 0.30 0.90 4,500 760 0.23 0.68
3 6 5,800 | 1,690 0.45 1.35 4,800 | 1,190 0.36 1.08 3,700 750 0.27 0.81
4 8 4,400 | 1,760 0.60 1.80 3,600 | 1,220 0.48 1.44 2,800 780 0.36 1.08
5 10 3,500 | 1,750 0.75 2.25 2,900 | 1,230 0.60 1.80 2,200 770 0.45 1.35
6 12 2,900 | 1,650 0.90 2.70 2,400 | 1,160 0.72 2.16 1,900 760 0.54 1.62
S55HRCRED#AIMICRALE LTI, ¥t 2K A, SMI /U —XZHERLET
| ) ) SEO [ - [EDIT ] ESBRIEE N, 2
ﬁ] E Du I Side Cuttlng E?eramszgrfegftgma':\se:/'vcltrr:r‘l;irger}'e:zs;ﬁoum?n;) iinzg_ev;e recommend our company's 2-flute or 3-flute tool series. ap
AN BEANH 5E A
Pzl Hardened steels Hardened steels Hardened steels
Work material (55~62HRC) (62~66HRC) (66~72HRC)
SKD11, YXR3 HAP40, YXR7, SKH51 HAP72
Hom SR HIHEBRE ve=150m/min BIEBERE ve=125m/min BIHEERE ve=100m/min
D — EOEE = EORE = EORE
Ballgdius Toolgia. @E,fﬁ %D\,J? = ap ae @%& ﬁb‘,’;@ﬁ ap ae @%gy )ibv)? = ap ae
(mm) (mm) min-t mm/min mm mm min-t mm/min mm mm min-t mm/min mm mm

0.5 1 47,800 | 2,630 1.00 0.02 | 39,800 | 1,750 1.00 0.02 | 31,800 | 1,050 1.00 0.01
0.75| 1.5 | 31,800| 2,390 1.50 0.03 | 26,500 | 1,590 1.50 0.02 | 21,200 950 1.50 0.02
1 2 23,900 | 2,390 2.00 0.04 | 19,900 | 1,590 2.00 0.03 | 15,900 950 2.00 0.02
125 | 25| 19,100 | 2,240 2.50 0.05 | 15,900 | 1,490 2.50 0.04 | 12,700 900 2.50 0.03
1.5 3 15,900 | 2,240 3.00 0.06 | 13,300 | 1,500 3.00 0.05 | 10,600 900 3.00 0.03

2 4 11,900 | 2,260 4.00 0.08 | 10,000 | 1,520 4.00 0.06 8,000 910 4.00 0.04

2.5 5 9,600 | 2,330 5.00 0.10 8,000 | 1,550 5.00 0.08 6,400 930 5.00 0.05

3 6 8,000 | 2,330 6.00 0.12 6,600 | 1,540 6.00 0.09 5,300 930 6.00 0.06

4 8 6,000 | 2,400 8.00 0.16 5,000 | 1,600 8.00 0.12 4,000 960 8.00 0.08

5 10 4,800 | 2,400 | 10.00 0.20 4,000 1,600 | 10.00 0.15 3,200 960 | 10.00 0.10

6 12 4,000 | 2,280 | 12.00 0.24 3,300 | 1,500 | 12.00 0.18 2,700 920 | 12.00 0.12

55~60HRC | 62~66HRC | 66~72HRC X;%ﬁ)%%@%ﬁ?&f?@(&Iﬁ%:].61%LXJ:2.0{E.‘
= R [ = o \

AU Zﬂé % c}rjjhue%aﬁgaitgggm 1° 0.5° 0.2° >.<E;é%}g;gﬁl\gﬂ%@aﬂc%aI;I,:&u? (DTF)
NI TR ORDEE BENLTHAD 70% G e e ol i ot
Feed rate for helical boring 70% of side cutting conditions % Set the maximum depth for helical boring to the tool

diameter or smaller (< 1D).

[EE] OwmEs NIRARCED B T @RI —S U MEERULTLEE .
QT IEMAIE. SBEDEMECER TV,
AT DYIHIRHERFEIEIREDERET T HD T . REOM I TIEINIAR. B, E RS kDR EERBEL TS,
@B DEIEHMHD D EVMBEICIE. BESEXDREERB UL ET FF TS,

[Note] (@ Use the appropriate coolant for the work material and machining shape.
(2 Use as highly rigid and accurate machine as possible.
(3 These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
@ If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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Recommended Cutting Conditions, Field data

11 J: l F 7J[| I Finishing

*ﬁﬁu*ﬁ IE&M Tool steels 7 U J\— F)ﬂﬂ Pre-hardened steels '}:ﬁlnﬁm Hardened steels
Work material (25~35HRC) (35~45HRC) (45~55HRC)
HPM7, SCM440 HPM-MAGIC, CENA1 SKD61, HPM38, DAC-MAGIC
R 2| 42 EIIERE ve=280m/min EIBERE ve=250m/min EIEIERE ve=210m/min
Ball 'zdius TooDI Gia| EERE 0 [EOERE vr ap ae | EEH N |EDFE vi ap ae | EERHn |EDRE vi ap ae
(mm) (mm) min- mm/min mm mm min-! mm/min mm mm min-’' mm/min mm mm

0.5 1 60,000 | 3,240 |0.02~0.05| 0.02 | 60,000 | 2,970 |0.02~0.05| 0.02 | 60,000 | 2,700 |0.02~0.05| 0.02
0.75 | 1.5 | 60,000 | 4,860 |0.02~0.07| 0.03 | 53,100 | 3,940 |0.02~0.07| 0.03 | 44,600 | 3,010 |0.02~0.07| 0.03
1 2 44,600 | 4,820 | 0.02~0.10| 0.04 | 39,800 | 3,940 |0.02~0.10| 0.04 | 33,400 | 3,010 |0.02~0.10| 0.04
125 | 2.5 35,700| 5,030 |0.056~0.12| 0.05| 31,800 | 4,110 |0.05~0.12| 0.05 | 26,800 | 3,150 |0.05~0.12| 0.05
1.5 3 29,700 | 5,030 |0.05~0.15| 0.06 | 26,500 | 4,110 |0.05~0.15| 0.06 | 22,300 | 3,140 |0.05~0.15| 0.06

2 4 22,300 | 5,080 |0.05~0.20| 0.08 | 19,900 | 4,160 |0.05~0.20| 0.08 | 16,700 | 3,170 |0.05~0.20| 0.08
2.5 5 17,800 | 5,180 |0.05~0.25| 0.1 15,900 | 4,240 |0.05~0.25| 0.1 13,400 | 3,250 |0.05~0.25| 0.10
3 6 14,900 | 5,200 |0.05~0.3 | 0.12 | 13,300 | 4,260 |0.05~0.3 | 0.12 | 11,100 | 3,230 |0.05~0.3 | 0.12
4 8 11,100 | 5,330 |0.05~0.4 | 0.16 | 10,000 | 4,400 |0.05~0.4 | 0.16 8,400 | 3,360 |0.05~0.4 | 0.16
5 10 8,900 | 5,340 |0.05~0.5 | 0.2 8,000 | 4,400 |0.05~0.5 | 0.2 6,700 | 3,350 |0.05~0.5 | 0.20
6 12 7,400 | 5,060 |0.05~0.6 | 0.24 6,600 | 4,140 |0.05~0.6 | 0.24 5,600 | 3,190 |0.05~0.6 | 0.24
*E‘ﬁu*j. @%Aﬂﬁm Hardened steels ﬁ)\ﬂﬂﬂ Hardened steels iﬁ)\ﬂﬁlﬁ Hardened steels
i (55~62HRC) (62~66HRC) (66~72HRC)
SKD11, YXR3 HAP40, YXR7, SKH51 HAP72

=R | 2 FIEIEE ve=160m/min EIHEBEE ve=140m/min IELEE ve=120m/min

Ball gdius Togl) Gia.| EIEREL 0 [EDEE vr ap ae | EEEHIn |EORE v ap ae EEEE n | XDEEE vy ap ae
(mm) (mm) min-! mm/min mm mm min-! mm/min mm mm min-! mm/min mm mm

0.5 1 51,000 | 1,840 | 0.02~0.05| 0.02 | 44,600 | 1,300 |0.02~0.05| 0.02 | 38,200 950 | 0.02~0.05| 0.02
0.75 | 1.5 | 34,000 | 1,840 |0.02~0.07| 0.03 | 29,700 | 1,300 | 0.02~0.07| 0.03 | 25,500 950 | 0.02~0.07| 0.03
1 2 25,500 | 1,840 |0.02~0.10| 0.04 | 22,300 | 1,300 |0.02~0.10| 0.04 | 19,100 950 | 0.02~0.10| 0.04
1.25 | 2.5] 20,400 | 1,920 |0.05~0.12| 0.05 | 17,800 | 1,360 |0.05~0.12| 0.05 | 15,300 990 | 0.05~0.12] 0.05
1.5 3 17,000 | 1,920 | 0.05~0.15| 0.06 | 14,900 | 1,370 |0.05~0.15| 0.06 | 12,700 980 | 0.05~0.15| 0.06
2 4 12,700 | 1,930 | 0.05~0.20| 0.08 | 11,100 | 1,370 | 0.05~0.20| 0.08 9,600 | 1,000 |0.05~0.20| 0.08
2.5 5 10,200 | 1,980 | 0.05~0.25| 0.10 | 8,900 | 1,400 | 0.05~0.25| 0.10 7,600 | 1,010 |0.05~0.25| 0.10
3 6 8,500 | 1,980 |0.05~0.3 | 0.12 7,400 | 1,400 |0.05~0.3 | 0.12 | 6,400 | 1,020 |0.056~0.3 | 0.12
4 8 6,400 | 2,050 |0.05~0.4 | 0.16 5,600 1,460 |0.05~04 | 0.16| 4,800, 1,060 |0.05~0.4 | 0.16
5

6

10 5,100 | 2,040 | 0.05~0.5 | 0.20 | 4,500 | 1,460 |0.05~05 | 0.20 [ 3,800 | 1,050 | 0.05~0.5 | 0.20
12 4,200 1,920 | 0.05~0.6 | 0.24] 3,700 1,370 |0.05~0.6 | 0.24 | 3,200 1,000 | 0.05~0.6 | 0.24

[:EE%] O#HEIM . INITRRICEDE TOHENIE I —S U NEERULTLIEE L. [Note] @ Use the appropriate coolant for the work material and machining shape.

’ @TEBILIFEMAINL. BBEOBMECEREEL, (& Use as highly igid and accurate machine as possible.
ACOTMRIRETMEHDELERTCDTT FEONITE  dootios e b v oo s s e
IMIRR. BEY. FEREMEICKDFEETFARZLUTLLIREELY, work-piece conditions.
@M DO LEDEDIFVES(C(E. BEEMEIEDEREZRBIULLERT @ If the rpm available is lower than that recommended please reduce the
—FU:‘—C<7'C“E§(/\° feed rate to the same ratio.

o hu I $1§u Field data

01 AMIEMOEEEZEHMT [SLD 60HRC] T

Cold tool steel high-efficiency contouring example [SLD, 60HRC]
EATIE o0 108 (R4) R10

n=6,400min" (ve=160m/min) vi=2,050mm/min (44X 4 fiutes : z=0.08mm/t. 28X 2 futes : z=0.16mm/t)
ap=0.3mm BYD1X; cutting amount 0.3Mm RS« T77 JT0— Dry, Air-blow  #EMETEEH Machine : HSK-AB3 T EZRHUE over hang: 32mm

0.25
EHHB-ATH -
il E . —— EHHB 1
g ’ ft;EI%(4W}J) Conventional (4 flutes)
g s 0.15 —h— R (2HA) conventional (2 flutes) _|
@ |
= x
\AH‘;"(_% 0.1
‘ﬁlﬁu_ /
EE 0.05
PILEEEE : 375m° A
Cut;_i\n‘g distance: 375m 2 0 125 250 375

tHIR Cutting distance L (m)



02 #FK/NZOEEMI [HAP40 64HRC] 7 |

Sintered HSS bottom cutting example [HAP40, 64HRC]
de

ERTE 1o 108 (R4)
n=3,600min" (ve=90m/min)  vi=1,220mm/min (48 H 4 ftes : z=0.085mm/t. 28F 2 ftes : z=0.17mm/1t)
ap=0.5mm ae=1.5mm I~54 . I?jl:'— Dry, Air-blow #EH&I@E Machine : HSK-AB3 IE%}:HL;% Over hang - 32mm

EHHB-ATH fEkE (21) Vi
'HUIEEEE 40m BUIEEEE 20m

Cuttlng ‘distance: 40m Cutting distance: 20m s

ﬁﬂ%nn (41‘513:'1) foutee

F e/ L

T e/ SEH
Chipping occured

Chipping occured

IERERE

Normal wear:

03 ARBER (NALFT) OMIES [YXR3 60HRC]

Cold forging die (bevel gear) cutting example
ﬂﬂIH%FsﬁG)thfé Comparison of cutting time

120

-
o
o

©
o

[e2]
o

Using EHHB

N
[=)

BuIH%FI’Eﬁ Cutting time (ﬁj\ min.)
S
o

'
)
'
'
]
'
1
]
'
'
d )

MIZ70535 LKA
O 3 » —_ 7 AL
ﬁzgsfg*pigﬂjario\labtmalioEBLM\%tpcralion (¢ 90 X '*L Depth 2 1 '4mm) g_liegjé%%jjj: ! %F%%;}J%I *ﬁE,;-ulg?ﬁ
) flggelvggsg]uiling . Contouring  New cutting method

7“-—".'.71[1 IT *E 0)7Jl] I H% FEﬂ tk E Comparison of roughing process time

I—F B coolant : TP T0O— airblow TEZEHUE overhang : 32mm  FEE Machine : HSK-AG3

T A5 fEATE IHIRE | CEDRE | XURE | f | g, | ge RANKTHHE s Tpspy
Cutting method Tool m)ﬁin m{r71‘1 mm\jrfnin mrﬁ/t 2 = Max.chg);\ear;l::/iﬂvolume Actual cuttingti:le

ZEENNT contouring fERBAM—ILIVRIIL| 176 | 7,000 | 1,800 |0.13/04 (1.2 0.86 |118% mn

Conventional 2 flutes Ball End Mill

FEEHRINI contouring EHHB4080-ATH 176 | 7,000 | 3,600 |[0.13/0.6| 1.8 3.9 3493 min.

*

FTACUAMTSNIMID) | EHHBA0BO-ATH | 150 | 5,970 | 2860 |0.12/90 82| 129 | 22%m

New cutting method (Helical cutting = Trochoidal cutting)

(o] DDIEU)ﬂ:E Comparison of processing cost

g 5 fER2BHR—ILIVRZ)L EHHB-ATH EHHB-ATH
bl ]  EEENT SR STk
Contouring ontouring New cutting method
a0 % 100 119 119
FTEH No. of flutes 2 4 4
T E5an Tool life 453/ T B min.tool 180 270 270
T BEAZHARFRY Tool replacement time 93/ T B min.tool 1 1 1
BEMIZE Machine cost ¥,/ 93 Yen/min. ¥100 ¥100 ¥100
T—2 1{EDNNTEFR Cutting time per work | 53,/ T —27 min.jwork 118 34 22
T—2 1{EAMDHINTIE Cutting cost perwork | ¥ T—%7 ven/work ¥22.420 ¥5,830 ¥3,773
AL ELE SR Cutting cost ratio % 100% 26% 17%
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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 BR2EOCEE

1. R EDTERE
(1) IBz5r—X (3
ISR

Attentions on Safety

iﬁ‘bEYUH.‘.TK’—? \TEDORUHEL. 3

B0 - EINEONBRREREIT o TV, DLy F vy 7 EANORFIHSHEREIC

ST ZDOIREYDREEIMIRRL

BUVIERHIM O % BEO S E, H52UF ’(«*:L"((Lé»\m
ISR DEIE FTULMEEDIL EFOBRZRELT TAANAENEE
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MOLDINO Tool Engineering, Ltd.

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

3. 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.

4. Cautions regarding regrinding

(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
with one in good condition, or perform regrinding.

(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
cover over the work area and wear safety clothes such as safety goggles, etc.

(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
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B03-6890-56102

B&036890-5110
B022-208-5100
B®0268-87-1224
B 0294-88-9430
B0268-21-3700

FAX03-6890-5134

FAX03-6890-5133
FAX022-208-5102
FAX0258-87-1158
FAX0294-88-9432
FAX0268-21-3711
B 0276-59-6001 FAX0276-59-6005
#HEE%m ®046-400-9429 FAX046-400-9435
3—0v/{,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230

[E]//MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrict, Shangha, 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
)(_‘:F\J.] 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
JS5%)L./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

MMC Hardmetal (Thailand) Co.,Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:466-(0)2-661-8175 FAX:+66-(0)2-661-8176
X/ Hitachi Metals (India) Pvt. Ltd. Plot No 94 & 95,Sector 8, IMT Manesar, Gurgaon -122050, Haryana, India TEL : +91-124-4812315, FAX :+91-124-2290015

B 03-6890-5103 FAX03-6890-5128

B 064-273-0360 FAX054-273-0361
B 052-687-9150 FAX052-687-9144
B 06-7668-0190 FAX06-7668-0194
B 082-5636-2001 FAX082-536-2003
B 092-289-7010 FAX092-289-7012
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