MOLDINO

The Edge To Innovation

AV Arbor (Damped Arbor)

AVZ—r w57 - 1)

MOLDINO Tool Engineering, Lid.

ket MOLDINO f@




AV dw l‘ AV Unit

F——rb

THSZWS THSZWS iy
%) 3 %) i
ARG ol T %779@’ N 52 ] 2 |
- 2 R prr o 7] g !
8 1 L] S THszums 8 ulj—_‘L\ sl \“/
LB2 L2 TRED) L L2 — | DRvS
Fig.1 15— (040) 51 FRAVITwh  Nechwan Fig.2 7 (¢50,063) 51 TRAVI=vk Netehwidi
AV Unit for Modular( ¢ 40) type AV Unit for Bore( ¢50, $63) type
AmRI—K 7B o & Sizewm pik|  ommr—n | S
Item code Stock| LE=EE noonws|THSZWS THSZMS|LB2| L | L7 BD2 |DCONNS| BD1 |DRVS|Shape Arbor body Weight
D40-17-165-AV ()| 40 17 |M16|M18|165| 12 38 |21.5] 28 | 35 |Fig1| BI209338_ ¢ 1.6
BT50-100-47
D50-22.225-200-AV | [] | 50 |22.225M10|M24|200 | 17 47 130 | - | 41 |Fig.2| BT23-150-47 3.4
HSK-A100-150-47
BT50-100-60
D63-22.225-200-AV | (] | 63 |22.225 M10|M27 | 200 | 23 60 40 | - | 55 |Fig2| 5T23-339-80 5.1
HSK-A100-150-60
BT50-100-47
D50-22-200-AV [J| 50 |22 |M10|M24|200| 17 47 |30 | - | 41 |Fig2| BT30-130-47 3.4
HSK-A100-150-47
BT50-100-60
D63-22-200-AV 7| 63 |22 |M10|M27|200| 23 60 40 | - | 55 |Fig2| BT23 15960 5.1
HSK-A100-150-60

AV AZwNEDERUEV TSV, BRRMRDRDONE T,

MRIFEERAUVEVESIIITTRELTLEE L,

O BEAABHYZIZDULNT Applicable cutter body

»*¢Do not disassemble the AV unit. Damping ability may be lost.

*When it will not be used for a long period of time, please store it in an upright position.

AV1=ZyhESERIEORDFIFERT 2 RN L. CERZEBFRHEULEULZE T, Please check the mounting part dimensions of the AV unit and the tool before using.
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@ CERADIEBICKOTIFRAE (BDOMIFERDER) BEEDHEEHHDET .

O CERATHAVI-YABKRU7—/NNDYvIE (BD2) KOBHINELKEDITE
RECHEADBEY vy IMBOTHICTERD L. CERAZSBLBLET,

BmI—R Item code

EAYI DA Example of cutter body

ASRTM3040R-  AHUM1040R.6
D40-17-165-AV ASRM2040R-6 ~ AHJMA40RS
ASRFM3040R5-M16
e s
_::‘_ %
D50-22.225-200-AV | ASRTA050R- AHUB1550R-5
ASRF4050R- ASRFB3050R-7
ARB4063R-" ASRT2063R 4
ARB5063R-3
D63-22.225-200-AV | ARS047R*2 AR Eagaon8

63R
ASR2066R-8%*1

AHUB1563R-6*2

5“3’5';. EBIEE% Parts

EBARSE Parts

- Some products may differ from the applicable tool diameter of the AV unit,
but installation is possible if the mounting part dimensions are compatible.

- The boss diameter (diameter of the mounting part) may differ depending on
the tool you are using.

- When using a tool that diameter is smaller than the shank diameter (BD2) of
the AV unit and arbor used, please be careful of interference with the shank.

%1 ASR2052R-7. ASR5060-{:. ASR2066R-8 [& & AV
I-vhOERATEREREDIIHEDMIIAIEETT,

%2 AHUB1563R-6 & AR5047R [F7h A% (DRI IFEBD=E ) HY
Q47 [CIED>THEDPB3AV I ZvhDEFRKIDINELHEOTLE
T CNUICKDIRTED T ERDRICENE LT T DL ELIBAR
REFDIHICIFPB3AV Iy CTOFEREHREVELETD,

%3 D50-22-200-AV KU DB3-22-200-AV [FHhyFARIUY
A X@ATY,

%1 ASR2052R-7, ASR5060-:, and ASR2066R-8 have different
diameters than the applicable tool diameter for each AV unit, but
tools can still be mounted.

%2 The boss diameters (mounting area diameter) of AHUB1563R-6
and AR5047R are @47, which is smaller than the tube diameter of
the @63AV unit. Although this will result in a diameter difference
with the bore mounting area, it is recommended that the @63AV
unit be used to obtain high damping effect.

%3 D50-22-200-AV and D63-22-200-AV are for metric bore bodies.

7—JVERU Arbor screw

ZJ\F Spanner

iz K M10
Shape ol f= ) *I—:F ©
S - S 5@
o 10| 25 “10] 25
Eﬁﬁbjo-dvj b (IT7—UFZE With air hole) (I 7—5FE With air hole)
D40-17-165-AV - - SN-35
D63-22.225-200-AV 100-174 100-178 SN.55

D63-22-200-AV

) LIED : S ERIBEEECY . BMHEEADRISELIEEL),  [:Stocked by specified distributor. Contact with our sales office.
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Fig.4 m7 (¢50,063) 51 TR7—I\
Arbor for Bore( 50, $63) type
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Item code Stock| DCONWS THSZWS LB1 BD1 Shape AV Unit body Weight
BT50-95-38 [ 21.5 M18 95 38 Fig.3| D40-17-165-AV 4.6
BT50-100-47 [ 100 4.8
D50-22.225-200-AV
BT50-150-47 [ 30 M24 150 47 Fig.4 5.5
D50-22-200-AV
BT50-200-47 ] 200 6.1
BT50-100-60 U 100 5.5
D63-22.225-200-AV
BT50-150-60 ] 40 m27 150 60 Fig.4 6.6
D63-22-200-AV
BT50-240-60 L] 240 8.5
HSK 7_}\ HSK Arbor
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LB1 29| 50 NHSK-A100 LB1 29| 50 HSK-A100
Fig.5 €V25—(¢40) 51 TRH7—)\ Fig.6 7 (¢50,9063) 51 TH7—I\
Arbor for Modular( ¢ 40) type Arbor for Bore( 50, $63) type
@Ik 7 ¥ 3 ERCT AR BAAVL= N el
Item code Stock| DCONWS | THSZWS LB1 BD1 Shape AV Unit body Weight
HSK-A100-95-38 ] 215 M18 95 38 Fig.5| D40-17-165-AV 3.2
. D50-22.225-200-AV
HSK-A100-150-47 0| 30 M24 150 47 |Fig.6| DBO-22-200-AV 4.2
A0 EA .| D63-22.225-200-AV
HSK-A100-150-60 | 40 M27 150 60  |Fig.6| DE3-22-200-AV 5.3

LD : FERIEEEE C . B ERABBSEEE L,

[]:Stocked by specified distributor. Contact with our sales office.
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Recommended Cutting Conditions

MAFTI7IO—FcEI—FVNEERUTHRIL TLIEE L (REICKDABREBERDH LR LEDTc8)
FHHFAVT —NICTMTDERD IRV EHEAE =R L T EE LY,

*Be sure to use an air blower or coolant when cutting. (to prevent deterioration of internal parts due to generated heat)
Please check the attached instruction manual for AV Arbor.

s _. »40 50
deib gﬁ’wjv—;g ) (D40-17-165-AV) <D50-22.225-200-AV>
PP D50-22-200-AV
SYTATYRINIY-X o e 11 .
et U o oy o IFPAIVRZIVIU—X
EENSYFAINIUR | RITPIVRINI-X 2o 255020
?ﬁﬁ”’pf N |_JRound insert cutter Right angle 'E”ibj JTX‘} LU=
Work material ERAAY 56 High Feed cutter shoulder cutter RHoynd inssrieutien
Example of cutter body AR.ASR AHJ igh Feed cutter
ASRT AHU 2= [ AT B ]
ASRE & ASRT.ASRF &
Z2H LB overhang(mm) |  300(7.5D) 300(7.5D) 350(7D) 400(8D) 450(9D)
EIHIERE ve(m/min) 80~120 70~100 80~120 80~120 80~120
—hRiEE A
Mild steels —HEDDIED fzmmi) 0.8~1.2 0.06~0.12 0.8~1.2 0.8~1.2 0.8~1.2
(200HBLLT)
BRI DYNAHE ap(mm) 0.2 1.5 0.5 0.3 0.2
EIHIER ve(m/min) 80~120 70~100 80~120 80~120 80~120
RovonEels | —HHDDIED fmmy [ 0.8~1.2 0.06~0.12 0.8~1.2 0.8~1.2 0.8~1.2
(30HRCILT) -
BRI DYNAHE ap(mm) 0.2 1.5 0.5 0.3 0.2
EIBIER ve(m/min) 70~100 50~80 70~100 70~100 70~100
Rorbonsigels | —HHDDED fmmy | 0.6~1.0 0.05~0.1 0.6~1.0 0.6~1.0 0.6~1.0
(30~40HRCILT) o
B EDYNAHE ap(mm) 0.2 1.5 0.5 0.3 0.2
EIBIER ve(m/min) 80~120 70~100 80~120 80~120 80~120
25U
Stainless steels —HEDDIED fz(mmit) 0.6~1.0 0.05~0.1 0.6~1.0 0.6~1.0 0.6~1.0
sus
BRI DYNAHE ap(mm) 0.2 1.5 0.5 0.3 0.2
EIBIERE ve(m/min) 80~120 70~100 80~120 80~120 80~120
Cast irons —HHDDIED fz(mmit) 0.8~1.5 0.06~0.12 0.8~1.5 0.8~1.5 0.8~1.5
FC, FCD
B EDYNAHE ap(mm) 0.2 1.5 0.5 0.3 0.2

[ER] O DOYIRIRHRFEIRGOERZERT D TY . REOIIL TIEINIRR. B8, ERAMMECKDRAZFRELTIIEE,
@B TEDHEMEF. TEBORERICGEEREL CLIBMEZSEICLTIEE L,
@FFEmlFHFIEDER (MO3) TREALTLEE W, #EE (M04) THEALIEE. IRIBLCRBIR T,
@ANEHYS (AR) FFEMT COERZHRENCLE T EDAH N TREEDINTAAYS (ASR,ASRT,ASRF) ZERULTLZE L,
ONBIHY S EEXDINT AN S DT RDYIDANL & ap DEERFMHFEFMDYIDAHE ae HTERD 80%DRECTEHLTHOET,

[Note] (These conditions are for general guidance, in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
(@The grade shown in each tool's conditions table should be used as a reference for the recommended grades for each tool.
(3Be sure to use this tool with forward rotation (M03). There is a risk of breakage if it is used with reverse rotation (M04).
(®Round insert cutters (AR shape) are recommended for face milling.
For die-sinking, use cutters for high-feed machining (ASR shape, ASRT shape, ASRF shape).
(5The recommended condition for depth of cut ap for round insert cutters and high-feed machining cutters is calculated with the width of cut &e being 80%
of the tool diameter D.



MAFIEEER(MO3) TERAU TLIEE W EEER (MO4) TERAULES  RIELTRIRTY .

% Be sure to use this tool with forward rotation (M03). There is a risk of breakage if it is used with reverse rotation (M04).

®50 63
<D50-22.225-200-AV <D63-22.225-200-AV
D50-22-200-AV D63-22-200-AV
SYPRIVRILYU—Z
ZHIPIVRIILVU-X BROSYPASIL VU= ZHTPIVRIIYU—Z
Right angle shoulder cutter ngil;r;dlrlgzzﬂcﬁgg?r Right angle shoulder cutter
[AHU 1] [ AR.ASR ] [AHU &1
ASRT.ASRF &
350(7D) 400(8D) 450(9D) 350(5.5D) | 400(6.3D) | 490(7.7D) | 350(5.5D) | 400(6.3D) | 490(7.7D)
70~100 70~100 70~100 80~120 80~120 80~120 70~100 70~100 70~100
0.06~0.12 | 0.06~0.12 | 0.06~0.12 0.8~1.2 0.8~1.2 0.8~1.2 0.06~0.12 | 0.06~0.12 | 0.06~0.12
1.7 1.1 0.9 0.7 0.5 0.3 3 2.5 1.7
70~100 70~100 70~100 80~120 80~120 80~120 70~100 70~100 70~100
0.06~0.12 | 0.06~0.12 | 0.06~0.12 0.8~1.2 0.8~1.2 0.8~1.2 0.06~0.12 | 0.06~0.12 | 0.06~0.12
1.7 1.1 0.9 0.7 0.5 0.3 3 2.5 1.7
50~80 50~80 50~80 70~100 70~100 70~100 50~80 50~80 50~80
0.05~0.1 0.05~0.1 0.05~0.1 0.6~1.0 0.6~1.0 0.6~1.0 0.05~0.1 0.05~0.1 0.05~0.1
1.7 1.1 0.9 0.7 0.5 0.3 3 2.5 1.7
70~100 70~100 70~100 80~120 80~120 80~120 70~100 70~100 70~100
0.05~0.1 0.05~0.1 0.05~0.1 0.6~1.0 0.6~1.0 0.6~1.0 0.05~0.1 0.05~0.1 0.05~0.1
1.7 1.1 0.9 0.7 0.5 0.3 3 2.5 1.7
70~100 70~100 70~100 80~120 80~120 80~120 70~100 70~100 70~100
0.06~0.12 | 0.06~0.12 | 0.06~0.12 0.8~1.5 0.8~1.5 0.8~1.5 0.06~0.12 | 0.06~0.12 | 0.06~0.12
1.7 1.1 0.9 0.7 0.5 0.3 3 2.5 1.7

O F—/\—FK—=IIZDLT Regarding overhaul

AEBOASICHRESRZERL TV, ERBECKUTHIRMIRIHEVWLE T . FEmDBIRIR
T DEDICET —IN—R—IVHRBEELEDT T BIRHERARICKH 1 FZEREUVTREBLTLREZE L,

Since consumables are used in the internal of this product, the damping effect deteriorates with frequency of use. In order to maintain the damping effect of
this product, periodic overhaul is necessary. Under always usage, overhaul is generally required approximately once per year.

HAVIZYMERERUIEWTLIEE L BRHR DR DNE T,
X RIFEEALVEVESIFIITTIREL TS LY,

% Do not disassemble the AV unit. Damping ability may be lost.
*When it will not be used for a long period of time, please store it in an upright position.

F—=I\—=HR—ILDFRICONTIEEHERNSRSELEEN

For details regarding overhaul, contact with our sales office.
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Cutting performance

O AV7—/ \tﬁﬁi :/‘\"77 @Eﬁ“ U ﬂ] ﬁ'lﬁﬁﬁﬁtkﬁ Comparison of cutting regions for AV arbor and carbide shank when shoulder cutting

’ ¢40 ASRTHZ ASRT Type ‘ ’ ¢40 AHUTZ AHU Type
2.0 ; ; 2.0 ; ;
! AV7Z—)\ ; ! AVFZ—)X ;
€ : AV Arbor € : AV Arbor
3 1 ; BT50 95-38 + D40- 17 165-AV 3 ] 0 BT50-95-38 + D40- 17 165-AV
— 5 e L L (R ———————— - 5 B BTV g [y ———————
3 ! | ! 3 ! i |
G : ! ; k] ! !
= ' i i < | i
a : | ! Q ! i |
8 10p—---------- \eooosossossodosssosonsonss s 8 1O FERR - -4----- - - - e
: e v BE v
& i Carbide Shank & Carbide Shank
| ASC32 17-360- 240 ‘ | ASC32 17-360- 240 ‘
X 05 e o —— R J 05| —oemm—
B : B
| 1 =
= | =R
0 10 20 30 40 0 10 20 30 40
YAFHE ae Cutting width (mm) YAFHE ae Cutting width (mm)
I B | ASRTM3040R-4(WDNT09T320) I B | AHUM1040R-6(JDMT 100308R)
Tool Tool
] Bl % ¥ | ve = 90m/min(n = 716 min™') 7 Bl % % | ve = 80m/min(n = 636 min’')
Cuting conditions | 7 = 1.0 mm/t (vf = 2865 mm/min) Cuting conditions | 77 = 0,08 mm/1 (vf = 306 mm/min)
J—352h | Air blow J—52k | Air blow
Coolant Coolant
2 Hl # | S50C(220HB) 2 Hl # | S50C(220HB)
Work material Work material
E ﬁﬁ % W BT50 Vy:/atyg Machining center E Fﬁ % W BTSO V:J:Jﬁtyg Machining center
Machine used Machine used
ZHUE | 300mm (L/D=7.5) ZHUE | 300mm (L/D=7.5)
Overhang Overhang

O AV7=! \t ?%';E?_’ \ (fi\ﬁﬂ?_l \) O)E ﬁ“ ") *ﬂﬁﬂﬁﬁﬁﬁthﬁ Comparison of cutting regions for AV arbor and standard arbor (steel arbor) when shoulder cutting

’ 50 ASRTHZ ASRT Type ‘ ’ @50 AHUF AHU Type
2.0 : : : 4.0 : ‘ :
! AVZ7Z—)\ ; | FAVZ—IX |
€ l AV Arbor € ‘ AV Arbor '
3 15 1 BT50-150-47 + D50-22.225-200-AV £ 30 ‘ BT50-150- 47 + D50-22.225-200-AV
3 O T T T 3O sl — T
5 | | 5 | |
£ : ; £ ‘ 3 :
8 10 """ e~~~ - :r ********** 1= mmmmse- 8 VAL Gt e i
B —l\(ﬁlﬂﬁz/ —/\) ‘ : ERET —l\(ﬁlﬂ%} —/\)
& Standard Arbor (Steel Arbor) I ! & ' Standard Arbor (Steel Arbor)
BT50- 22 225-350-50 : | ‘ 1 BT50-22.225-350-50
N o5 b= S L R S T 0 b ST e ———
gk - \ : | | ; g T : |
3 ‘ ‘ | | £ | |
= : : : = : 3
B i I I B i i
0 10 20 30 40 50 0 5 10 15 20
IIAMIE ae Cutting width (mm) YAFHE ae Cutting width (mm)
I B | ASRT4050R-4(WDNT 120420) I B | AHUB1550R-5(JDMT 150508R)
Tool Jlcc
) Bl % ¥4 | ve = 90 m/min(n = 580 min™') ) El % ¥4 | ve = 80m/min(n = 509 min™')
Cutting conditions | £7 = 1 O mm/t (Vi = 2292 mm/min) Cutting conditions | f7 = 0,08 mm/t (Vi = 203 mm/min)
J—52h | Air blow J—52k | Air blow
Coolant Coolant
2 Hl # | S50C(220HB) % Hl #t | S50C(220HB)
Work material Work material
E Fﬁ 1% W BT50 VDZJQ"‘IZ‘JS’ Machining center E Fﬁ *% *ﬁﬁ BT50 7’/:/9“12‘/9 Machining center
Machine used Machine used
ZHUE | 400mm (L/D=8.0) Z i U E |400mm (L/D=8.0)
Overhang Overhang




¢63 ASRTHZ ASRT Type

‘ ’ ¢63 AHUFZ AHU Type

2.0

N
[@)]

AV Arbor
BT50-150-60

YBAFHFES ap Depth of cut (mm)

4.0

w
o

o
o

-
o

Standard Arbor (Steel Arbor)
BT50-22.225-350-63

YBAFREE ap Depth of cut (mm)

1.0
0.5 |- {7 — VBT —) )7 Ko
Standard Arbor (Steel Arbor)
BT50-22.225-350-63
] ]
0 10 20 30 40 50

YA E ae

Cutting width (mm)

I B | ASRT5063R-4(WDNT 140520)
Tool

1 Bl % 4 | Ve = 120m/min(n = 606 min™')
Cutting conditions | £7 = 1 5 mm/t (Vi = 3638 mm/min)
J—52k | Air blow

Coolant

# Hl #f | S50C(220HB)

Work material

Iﬂi hm 23 dm BT50 ¥v¥=vitv4 Machining center
ZHUE | 400mm (L/D=6.3)

Overhang

I I
30 40

Cutting width (mm)

YA E ae

I B | AHUB1563R-6(JDMT150508R)
Tool

1 8l & ¥ | vc = 80m/min(n = 404 min™")
Cutting conditions | f7 = 0,08 mm/t (Vf = 194 mm/min)
J—352k | Air blow

Coolant

# HI %4 | S50C(220HB)

Work material

Lﬁ fﬁ 23 Tj’-& BT50 Y=V F % Machining center
ZHLUE | 400mm (L/D=6.3)

Overhang

O iij_ rﬁl t)] ﬂ&%@ttﬁ ('T‘Oﬁ- v HJI] I7_'Z I‘:ﬁgl:%) Comparison of axial-depth of cut (pocket machining test results)

B EIYIAF ap Axial cutting depth (mm) T E | ASR4050-4
Tool
6z 1 03 04 05| 0B £] M 5% ¥ | Vo= 94 m/min(n = 600 min")
EE7—/C@R7—)0 [ A | Xno Cuting conditons | £z = 71,0 mm/t (vf = 2400 mm/min)
Standard Arbor (Steel Arbor) ae = 30 mm
AVZ—){ X (NG)
ke O O O # Hl # |S50C(220HB)
Work material
ZHUE | 400mm (L/D=8.0)
‘ % Overhang
400mm
ZE =4 =
;ﬁﬁl;ag Field Data
14— EETE | p| ®HH EEY R
User Tools Work material Cutting conditions Result
Az | ASRFA063R-4 ve=118m/min, n=600min", | GEsEIIHBAT Tdorc b, PIEINIT DI BT o T,
1 Company A D63-22.225-200-AV 6.4 S50C vi=3000mm/min, fz=1.3mm/t, Electro-discharge machining was used conventionally, but cutting
BT50-150-60 ap=0.5mm machining is now possible.
ASR4050-4 SNCM | v.=102m/min, n=650min"' e — . -
sz ’ ’ ok, N ~trotc.
e co?p*j:y B g?_gbzﬁszg 54_72 00-AV 8 Maqza-e::'jgem :=_11905r(r)$m/min' fz=0.8mm/t, ;ﬁt'aﬁ:ﬂjtjtfnj m)akzg:flii§h?r?:;itli :ih?:f ‘su:azz unnecessary.
- - to SNCM p— 1.
Cip | ASRA0S0-3 SUS420 | vc=94m/min, n=600min", | g@RP—/NITHU TAVZ—/\iZIUAH248-%U1 25 TREDH).
3 Company C D50-22.225-200-AV 8 " tfﬁlﬁﬁ‘ . vi=1800mm/min, fz=1.0mm/t, | Compared to a steel arbor, the AV arbor provided stable cutting
BT50-150-47 ey | axae=0.4x30mm at 2x the cutting depth and 1.25x the feed rate.
ARB4050R-3 . ve=120m/min, n="760min"", N = A T BEZRETO
a| D |50 22205.200-av | 8 | FB | y=g10mm/min, z=0.4mms, | FT—/NCHNTREGET, BeRS7%UP.
Company D BT50-200-47 cast steel apxae=1.0X 35mm Stable cutting compared to steel arbor increased efficiency by 57%.
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K. REDT—FIFHABRIERD—FITHD (FRIHETIEHB DO FH A
MoLDINO | [F%FHXattMOLDINODERHEIECTY,

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

A B2EDTEE Atentionson Safety

1. B EDTEE

(1) TE25—X(R3) PSBNETIRIR. ETADETHIVRRFOIRENELTERELAVE
A RHETEBEHRBEOLET,

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

2. RFIROTER

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

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

7280,
3. ERALDIER

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

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

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

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

(4) TEEAROBHLISHAERLAY. BEELAWLEWTES Y,

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

BEVAEDEER,

1. Attentions regarding handling
(1) When removing the tool from the case (package), be careful not to drop it on your foot or
drop it onto the tips of your bare fingers.
(2) When actually setting the inserts, be careful not to touch the cutting flute directly with
your bare hands.

2. Attentions regarding mounting
(1) When preparing for use, be sure that the inserts are firmly mounted in place and that they
are firmly mounted on the arbor, etc.
(2) If abnormal chattering occurs during use, stop the machine immediately and remove the
cause of the chattering.

3. Attentions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work
material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when
starting new work. The cutting conditions should be adjusted as appropriate when the cutting
depth is large, the rigidity of the machine being used is low, or according to the conditions of
the work material.

(3) The inserts are made of a hard material. During use, they may break and fly off. In addition,
cutting chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage
from such flying pieces, a safety cover should be installed and safety equipment such as
safety glasses should be worn to create a safe environment for work.

« Do not use where there is a risk of fire or explosion.
+ Do not use non-water-soluble cutting oils. Such oils may result in fire.
(4) Do not use the tool for any purpose other than that for which it is intended, and do not modify it.
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Specifications for the products listed in this catalog are subject to change without notice due to
replacement or modification.
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