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, Chips form a consistent curl and
| are discharged smoothly!!
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Nisshin’s TM-Series rough turning inserts deliver exceptionally stable hea
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eaking the limits of conventional throw-away in:
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Delivers unprecedented ultra-deep cutting capability.
With the sharp edge of the ground chipbreaker minimizing cutting resistance and the robust holder adding stability, single-pass turning on walls up to 10mm is now achievable.

258 SURBNT (SKD6144)

Model 25

LFV]:EE}JtJJ ‘E’u Z"‘ﬁﬁd)'lii._ﬁﬁ R FA2mmTS5/ YR %=
BEB99.5mmT1 /N A CHlI (Ra3.2)

What once took five passes on a 2mm wall
can now be done in a single pass on a 9.5mm wall.

Outstanding LFV cutting performance

SRRV —IC L BIRBEDORENT

Outstanding machining stability with a high-rigidity holder

BRA Q@A TILIA LDIEE
9.5mm @tILS —DAEED D

Maximum 9.5mm

O L B3R EREHIIR
eShorter cycle times.
eFewer holders are required.

eReduces tool-change frequency and
shortens setup time.

ﬁﬂﬁ)bﬂ H“jj 322 —seitp @Al (SUS630)

Menacing cutting power EFAHEOEEITT. 210mmE—Fif=
FRASMmMZREITI! (Ra3.2)

3E 't\‘ z\‘ D r~ L‘ I Achieves a full 210 mm single-pass cut in continuous longitudinal machining,
d = Stable three-point clamping prevents any shift! delivering stable performance even on 8mm wall thickness.

— RV — (3 g RLD IR TlEEL
ERICKVRFFEBIEREL, Fv T tEFNIbTEET! d=8mm
_E8B top side D ?‘ :/“ﬁ&) H%l:jj‘g o) i bﬁ\éE l.\;"b Capable of not only rough machining -
3. < 75: 3] i a_ . 3(\1 LTTMYU— 7\“ but also precision finishing!
[F. 3DDEMETEREICEE. & oAt - 920 | _
HRBOFERATHR/AOMETET. ‘ 210mm
{AIE side face EENTIICEVWTEICRELRE ‘
othnucturers f:vie:ﬁij t:olg:zers tend to suffer from wear on 1"%9% ﬁ*ﬁg*ﬁgbul <SUS3O4>
M e S sctn s ey uco o BRURRDIERI DG T WENT—TICLoDERLNAD

insert screw. In contrast, the TM Series is engineered %mnu —1 E*HFI \
with three contact surfaces that secure the insert. bi I-t =] L‘ SZ - (Ra04‘L/{—F)
The cutting edge bites firmly into the workpiece, even when the remaining machining
allowance is extremely small.

<

O IEEF. FvTHERICEIK  The insert shifts laterally when tightened. Outstanding surface quality in thin-wall machining! (Ra0.4 or lower)
FIVRAH DRV ER A EHTRLVIAH(CLL,
21° UM PBUICKUETHIZAD T ISR UERE
E DREBUET  IUAB R, /—XRDELL
FITU. FigERBR<EIZOTREL. “TEEIC
3 lFEE 3" cenEETY.
BAT (S A A FEINGRARL . ZWVEIAH
=) THREICEEL LTI TEFT,
' When the depth of cut is too shallow, the tool struggles
f BAT (&S A M) ERA to bite into the material, causing rubbing, heat buildup,
- w BAT (with wiper insert) applied  and rapid edge wear.
7° 12 The depth of cut should be set to at least half of the
120 nose radius, and the roughing pass must ensure firm,
decisive tool engagement—not a light skim—to achieve
stable, high-quality machining.
BAT(with wiper insert) provides outstanding sharpness
for reliable, high-precision finishing, even with very
o hall ts.
I RILF — Holder sheoweds
R <F3% Dimensions (mm) BREFVS ISUFRY LyF mmemseE TNW40 TNJ40
Part Number H W F Applicable Insert Clamp screw Wrench Suggested Retail Price (yen) @ @
TMKHR 1010 10 10 4.5 TNW40 17,100
TMRIB-BAT | i~ e LX08 | ————
TMKHR 1212 12 12 25 Wrench holes on both ends 17,100
TMR98-BATO1 @ O
TMKHR 1616 16 16 0 TVRO8-BATO2 18,000
TNJ4 LX1 :
TMKHR 2020 20 20 0 TVRO8-BATOA J40 5 21,200
TMKHR 2525 25 25 0 26,100 []




I 9"“/7*3& Insert Grade

[SPC-30X] #ED BN FIBESM ICRIEE.
MEFESEICENIZPVDI—FT 1T

High hardness and outstanding wear resistance PVD coating on ultrafine particle carbide

that is superior in toughness.

[GS-30] S¥t. SEEIE. SMEEICIFEIC o

BnreRo4 33—k

White coating that is exceptional in high heat resistance, high sliding properties and

high toughness.

SPC3OX\ ~ GS-30

I Fyo BRI

Insert Number

hastelloyX hasteflgyc22

64Ti

Pure titanium
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SUS329J4L

difficult-to-machine materials

Molybdenum
EUITFYV
inconel 716@
A VIXRIV718
[ ]

SUS630
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SUS440C@®

SKD61@

SUS316L
®  5US42002L @
o @5U5304
]
55400 's45c
)
<t
27, RE#F
'0\5\ free-cutting materials

1T —Z5@ADE10fBAY

Available in 5 pieces per case case and 10 pieces per case

TR RUZE . ~;_r§/f Dimensions (mm) BwARILS— )\ () Suggested Retail Price (yen)
Cutting edge geometry Part Number Maxigrﬁumtdpeﬁhggf cut RE Applicable Holder SPC-30X GS-30
0
H‘“ TMKHR 1010
0 b TN\R98-BAT(‘¢":?N7:LZJM) 10 0.03 4,100 4,500
ORE ° TMKHR 1212
TMR98-BATO1 10 0.1 TMKHR 1616 4,300 4,900
( TMR98-BATO2 10 0.2 4,300 4,900
y TMKHR 2020
RE TMRO8-BATO4 10 0.4 4,300 4,900

I TMYU—X tHISEH] (—H#pEmT)

TM Cut-off Series Machining Case Study (single pass grinding)
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Work Material Cutting Conditions User comments Applied insert
SUS316 L[‘ | 100@E (66m) 3,000{B D% dn. HERD 2SI EICTRY TMRO8-BAT0O2
' T = = P
(C#t 20%Y) =22 1,100 revolutions (66m) AIB/REFRERE AN DV (CEoTe, 30—F—Fw 7
Company C Model 20 f=0.03mm/rev 3,000 pieces of tool life. Over 2 times longer than the usual, greatly reduced 3-corner insert
»4 99 ¢20 cost and time.

SUS304L
(C#t 208Y)

3,000E%5 (75m)

3,000 revolutions (75m)
f=0.03mm/rev

ABET3Z70VEREDTICRELE
IIHTEL, (2,800fBDFdH

Stable machining for 4 days without going off stride for even 3 microns. (2,800

TMR98-BAT
33—F—FvF

Company C Model 20 o4 98 pieces of ife span) 3-corner insert
SZSC *1mﬁ 3 800@%}(1 o1 m) 1 , ’Igooﬂﬁ!\a)i\ hﬁlioji,E?E@'l Sﬁjza)%ﬁt“ TMR98-BATO2
(St 208Y) ’_H 3,800 revolutions (191m) TEENBEFERIRMTET, 30—F—FvS
f=0.07mm/rev

Company S Model 20

1,100 pieces of tool life. 1.5 times longer life span than the usual and was able

3-corner insert

dﬂ 0 ¢1 6 to reduce tool expenses by 30%.
=30mm
A2017 _ TMR98-BATO02
2,500@%5(110m) wAHY z BN =
(Nt 202) rﬂ 25008FE(10M) | gt NLNCEVTHITHENE LU, e
The chip beautifully curls up and machining efficiency improved.

Company N Model 20

f=0.025mm/rev
¢5 915

3-corner insert

SUS303
(St 208Y)

Company S Model 20

Lﬂ»mo
mm

2,8000%5(176m)

2,800 revolutions (176m)
f=0.03mm/rev

i

®100¢20

RFTENRLADICHA I THEL 26,
DIRETENHTVH —RTHLLZ &K
mEENRELCTITRERIE LU,

Junction marks appeared due to having to split up the grinding proces because
of long length of the workpiece. However, being able to grind in a single pass,
surface finish stabilized and process efficiency improved.

TMR98-BAT02
33—F—FvF

3-corner insert

SUJ2
(St 328Y)

Company S Model 32

=»16
Ld mm

2,000D/%5(170m)

2,800 revolutions (176m)
f=0.03mm/rev

s

®21¢29

ftaiX—H—T40EDHFH100@ICED T,
WENREL I TREEEN T,
I hI—h(GS-30) Z{EAT 5L 400{EFm.

The tool life of 40 pieces from another manufacture extended to 100 pieces.
We were able able to reduce the processing time with stable dimensions. There
was a tool life of 400 pieces when applying the GS-30 white coating.

TMR98-BAT02
33—F—FuF

3-corner insert
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Recommended cutting conditions

BEEROLERINTICHIF ZUEIRROEARN

Basic equation for cutting resistance in automatic lathe turning

t)J ﬁu;&;ﬁ@%i%{lt Visualization of cutting resistance
tIHIBRETRE A = ap X fxus)

chip cross-sectional area A= ap x f (feed per revolution)

YIEEEIE CDAICIFIFEEFILE T,

Cutting resistance is proportional to the feed rate.

sy e Py L

tIEIES = LEEDHIEHKC X A
Cutting Resistance = Specific Cutting Resistance Kc x A
BRFRNGHEOLLYIEIESE (B%)
0545C  #91,800~2,200N/mm?
®SUS304 #92,400~3,000N/mm?
®FY~  #93,000~3,500N/mm?
HITRE P TEFEFETHEILET.

W Specific cutting force values for typical materials (reference values)
+S45C approximately 1,800-2,200 N/mm?

+SUSB04:approximately 2,200-2,600N/mm?
~titanium: approximately 3,000-3,500N/mm?
% Itincreases as a result of work hardening and tool wear.

@RV E
Ld EUE ap 1 rotation x feed per revolution
feed per revolution —
-

W8] (SUS304)

HEEBIES 2,400N/mm? E57(Fc)
TIUAH  2mm (EEVDEES X U)05Ad X iXL)
® o0 0.1mm/rev 2,400%2X0.1=480N

EExample Calculation (SUS304)
Specific cutting resistance 2,400 N/mm?2
Depth of cut 2mm

Feed 0.1 mm/rev

Main cutting force (Fc)
(Specific cutting resistance x Depth of cut x Feed)

2,400x2x0.1=480N

tIHHEHR D337

The three components of cutting force

Fc: E£53h
BROATVIEHER. BOCES

Ff:i&W9ah
REUE—9ICER. EEEICEF

Fp: 89
AEEHNZ S ET 2. TREhHTEREECHE

[TMYVU—ZX]&. 35 %ZEERIETETLE
HBIEBSHETTT

Fc: Main cutting force

The largest force component directly affecting spindle load and required
power.

Ff: Feed force

Feed-motor load is correlated with surface roughness.

Fp: Radial force

The lateral force acting to deflect the cutting edge leads to tool deflection
and impacts dimensional precision.

The TM Series is designed with a high-rigidity structure to handle the
three-component cutting forces.

{ﬁﬁ % Notes

O tAHEN1.5mmBANIFENZEHRT20%~30% FF TR
[R1AN

o JAHENZLI3BFERBOTEBEICELIHZEED BN
T, ZDBE N IHEICIERSNCERBEICIHNU TEEHEE
DEDYIHIRHZREL TS,

® SEE DR EFBSERMETH Y. TERILY Y 1 X MR
M AHBEON TREICL O THRV I BWEEN HUET .
PHIBAAELBNFBEFICBEOTVBTENEISNTTD TR
PHICYIHIRGDRBELZT>TES L,

olf the depth of cut is increased by 1.5mm, reduce the feed rate by
approximately 20-30%.

elncreasing the depth of cut can affect both finish and dimensional
precision. In such cases, adjust the cutting speed and feed rate
according to the accuracy specifications indicated in the machining
drawing.

eThe recommended cutting conditions are for reference only, and
results may vary depending on toolholder size, machine rigidity,
cutting fluid, and other machining factors.
Increased cutting noise may indicate overload, so adjust the cutting
conditions promptly.

(20B) FMRP16 {EAF YT TMRI8-BATO2 SPC30X

Model 20: Workpiece diameter$16 Insert used:TMR98-BAT02 SPC30X

. AHE ap
3PS EE5E F‘_Wtﬂ g
?&EIJM_ (EREE) Spindleﬁspeed Radial d?itrr}]or; c/u: e(?/ne side)
Work Material peripheral speed rev/rpm
(workpiece-diameter basis) 2mm 5mm 8mm
SUS303 150 2990 0.1 0.04 0.025
SUS304 100 1990 0.05 0.02 0.013
SUS630 60 1200 0.05 0.02 0.013
SCM435 120 2390 0.08 0.032 0.02
545C 130 2590 0.1 0.04 0.025
i 60 1200 0.07 0.028 | 0.018
Ficd i
REE 65 1300 0.05 0.02 0.013
(328 FMEP25 {ERAF YT TMRI8-BAT02 SPC30X
Model 32: Workpiece diameter25 Insert used:TMR98-BAT02 SPC30X
> ViAdE ap
[ B g "
o (EAREE) Spindlenspeed Radial d?iﬂ;]orfn c/urt e(?Ine side)
Work Material peripheral speed rev /rpm
(workpiece-diameter basis) 2mm 5mm 8mm
SUS303 170 2170 0.1 0.04 0.025
SUS304 100 1280 0.05 0.02 0.013
SUS630 60 770 0.05 0.02 0.013
SCM435 120 1530 0.08 0.032 0.02
S45C 150 1920 0.1 0.04 0.025
oyr o2 60 770 007 | 0028 | 0018
R
RER 65 830 0.05 002 | 0013
(518Y) =R P40 {ERF v TMRI8-BATO2 SPC30X
Model 51: Workpiece diameter$40 Insert used:TMR98-BAT02 SPC30X
o AdHE ap
E®E @EE5E F‘FWUJ L
?ﬁHUM_ (EHREE) Spindleﬁspeed Radial d(faiﬂr}]or:'] c/u: e(?/ne side)
Work Material peripheral speed rev/rpm
(workpiece-diameter basis) 2mm 5mm 8mm
SUS303 150 2990 0.1 0.04 0.025
SUS304 100 1990 0.05 0.02 0.01
SUS630 60 1200 0.05 0.02 0.01
SCM435 120 2390 0.08 0.03 0.02
S45C 130 2590 0.1 0.04 0.025

LFV ({EE;&;EE]{:}J%“) LFV (Low-Frequency Vibration Cutting)

TEBIN TZ21T SH CEHICRAL TRI BB ICHINVERTRIRE 25X 5 Z &KW BIESR I

SOTHDRLITRIEINT, T—I DY DIEBH I EZFHSTENTEDINIIETY

COIREEIEICH IF BRHEE NI TE EINAD Y +—TFTH Y RIFICKWVBERM EA 1%

TIRENHBIET .

This machining method applies micro-scale back-and-forth vibrations to the feed, synchronized with
rotation. This reciprocating motion breaks chips into short segments and prevents them from wrapping
workpiece.

For rough turning, a sharp carbide edge with excellent chipping resistance is required.

(208Y) #=M112¢920 ERF Y TMRI8-BATO02 SPC30X

Model 20: Workpiece diameter$20 Insert used: TMR98-BAT02 SPC30X

the spindle
around the

i _ FAEIWIAGE a
i E,";E o EE5EL Radial depth of cut (one-gide)
BRI (RI1EESE) Spindle speed f=mm/rev
Work Material peripheral speed rev /rpm
(workpiece-diameter basis) 2mm 5mm 8mm
SUS303 150 2390 0.12 0.048 0.03
SUS304 100 1600 0.1 0.04 0.025
SUS630 60 960 0.05 0.02 0.01
SCM435 120 1920 0.08 0.03 0.02
S45C 130 2070 0.1 0.04 0.025
JpFovoa 60 960 007 | 0.028 -
TRERA o 65 1040 0.05 0.02 -
Inconel718 20 318 0.03 0.008 —




ETA Cut-off and Grooving Inserts ET Series
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22171 19]1)
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Further evolved for even greater toughness!

HiE

CUT-OFF NISSIN

The high-rigidity body, engineered specifically for parting, ensures stable cutting even in difficult-to-machine materials.

RARYIIZEP36

Maximum Cut-off Diameter $36

=D =

High-speed machining power

RBI SV IEBEICEKY,
ZUWUI IR %=m E

Enhanced clamping design improves safety during parting-off.

HEMICBVTHEEDZINEIL. SREERYIMZTT8ECLE T,

Maintains excellent chatter control for precise cutting, even on hard-to-machine materials.

EEuno5v7H

Strong, reliable clamping force

IS5 clamp

Parting-off

ZZEIWHIT (SUS304)

Mo 1044

workpiece $10

13,0005 (90m)

3,000 revolutions (90m)

Wf=0.12mm/rev

Rough grooving

{quenched-and-tempered S45C)

BANGENL (545CHmE)

2,500z (126m) B

2,500 revolutions (126m)

W{=0.2mm/rev
Fy I HEMMMEVT
FERICRL

Longer tool life with outstanding performance

@3]

ftritF 7 ge T
competitor inserts » NISSIN u
400 ~ 600@ 5
400pieces 600pieces
CAIBRI—Y —FRICHZAZANA

Recommended for users with trmllowing needs

Ot DN THEZERHT=

@Y IHHEICXL T TENRELIZL

O VE. IRILY —Z5IE LIFBE. FyTHIRITTHS

eWant to speed up parting-off operations.
el ateral chip movement causes dimensional variation.
e After parting-off, the insert comes loose when lifting the holder.

A

7 L ‘
T |
Le Fvr N = T
Py Insert i _ ‘ E]
Jaw section =“ =
XISV TRIDBEBFFHEDDTE. FvTOEN-RIBEBIENHGIET
x Excessive tightening of the clamp screw may cause the insert to crack or chip. 5
T =
. N —
RILT —  Holder T!
BUE NI Dimensions (mm) BARYR | BRAFVY |IZVFRY| LyF | FHRIGEmEE
Part Number A T W | H/H1 B F H2 L Culﬂ?fxlg?:%neter Applicable Insert Clamp screw Wrench Suggested Retail Price (yen)
ETAO43100
ETKHR/L 10015-T10 [20.5| 10 | 1.5 | 10 | 10 | 95 2 125 ¢8 ETAO43140 22,500
ETAO43150
ETKHR/L 12020-T10 |20.5| 10 2 12 | 12 |11.2| 2 125 16 CB416 LH30 17,400
ETKHR/L 12020-T13 22 13 2 12 12 111.2 2 125 ¢22 ETAC43200 17,400
- : ¢ ETAO50220 :
ETKHR/L 12020-T17 27 17 2 12 12 |11.2 2 125 ®30 17,400
ETKHR/L 16025-T17 27 17 |25 | 16 | 16 (148 | — | 125 ®30 ETAO50250 17,900
ETKHR/L 16030-T16 27 | 16 3 16 | 16 |15.1 | — | 125 ®28 CB515 LH40 17,900
ETKHR/L 16030-T20 30 20 3 16 16 |15.1 — 125 36 17,900
¢ ETAO50300
ETKHR/L 20030-T20 36 | 20 3 20 | 20 |18.7| — | 125 ®36 18,800
HB520 LT25
ETKHR/L 25030-T20 36 | 20 3 25 | 25 |237| — | 150 ®36 20,400
METAF4310KORARYRIEO7TT,

% The maximum parting off diameter of the ETAF4310K is up to 7mm.



FWTITE insert Grade <
[SPC-30G ] #BiE BT (C=a0 - ME - SR CEBNZSPCO—h~
Ultrafine particle carbide with SPC coating that is superior in high-speed machining, heat resistance, and high lubricity.

[NC-35G] BB <Mt F caflit-mB ) EDOREUAF Y (PVDI—H)
Super ultrafine particle carbide, high feed rate insert that is extremely tough and has high lubricity. (PVD coating)
[NC-35GJI[CDWVWTIFZFEELRIF T, [NC-35G] are made-to-order.

5“y7°§!§ Insert Number

27N B ~ti& Dimensions (mm) o BARILS — 7 22/)\FEAhAE ()
Part Number Part Number W RE L H Applicable Holder Suggested Retail Price(yen)
ETAF 4310K* 1.0 | 003|196 | 43 0 3,300
ETAF 4314K* 1.4 | 003|196 | 4.3 0 3,300
ETKHR/L 10015-T10

ISwhIA4T ETAF 4315K 1.5 | 003|196 | 4.3 0 3,000
Flat type ETAF 4315K02* 15 | 02 | 20 | 43 0 4,000
Wj} RE ETAF 4320K 2 003|196 | 43 0 2,300
‘ L ‘ BT ooRD 5 oa | 2@ | Az 0 ETKHR/L 12020-T10  ETKHR/L 12020-T17 2.300

@ EHH ETKHR/L 12020-T13
ETAF 5022K* 2.2 003|196 | 43 0 3,200
ETAF 5025K 25 | 0.03 | 196 0 ETKHR/L 16025-T17 2,600
ETAF 5030K 3 0.03 | 19.6 0 ETKHR/L 16030-T16 ETKHR/L 20030-T20 2,600
ETAF 5030K02 3 02 | 20 0 ETKHR/L 16030-T20 ETKHR/L 25030-T20 2.600
ETAR 4310K-20 1.0 [ 003|196 | 43 | 20 3,300

ETKHR/L 10015-T10
ETAR 4314K-6 1.4 | 003|196 | 43 6 3,300
ETAR 4320ic6 2 003196 43 6 ETKHR/L 12020-T10  ETKHR/L 12020-T17 2300
ETAR 4320K02-6 2 02 | 20 | 43 6 ETKHR/L 12020713 2,300
U—REfd 0° ETAR 5022K-6 2.2 |0.03| 196 | 43 6 3,200
Lead Angle 0 . ETAR 5025K-6 25 [003]196] 5 | 6 ETKHR/L 16025-T17 2,600
WiE* ETAR 5030K-6 3 0.03 | 19.6 6 ETKHR/L 16030-T16 ETKHR/L 20030-T20 2,600
L RE ETAR 5030K02-6 3 02 | 20 5 6 ETKHR/L 16030-T20 ETKHR/L 25030-T20 2,600
[ —

3 []H| ETAR4315K-15 15 1003|196 | 43 | 15 ETKHR/L 10015-T10 3,200
ETAR 4320K-15 2 | 003|196 | 43 | 15 | ETKHR/L 12020-T10 ETKHR/L 12020-T17 2,300
ETAR 4320K02-15 2 02 | 20 | 43 15 ETKHR/L 12020-T13 2,300
ETAR 5025K-15 2.5 | 0.03 | 19.6 5 15 ETKHR/L 16025-T17 2,600
ETAR 5030K-15 3 1003|196 | 5 15 | ETKHR/L 16030-T16 ETKHR/L 20030-T20 2,600
ETAR 5030K02-15 3 0.2 | 20 5 15 ETKHR/L 16030-T20 ETKHR/L 25030-T20 2,600

R *Eﬂla*i%%iﬁmﬁn‘:.':o EE%D“Q\EUTE&)‘ ED?&W'@EL\%ED“&S WET, % The % mark is for semi-standard stocked parts. Prompt delivery may not be available due to low levels of stock.

Engt)J U :J U _Z“ t')Ji‘=]'|J$1§|J ET Cut-off Series Machining Case Study

IRt PIEIES:S A—H—DIXVk ERFVS
Work Material Cutting Conditions User comments Applied insert
SUsEos AL MBS AR IR T AR

(Cit 208) 3,000 (90m) AL ETAF 4320K02
Company C Model 20 3,000 revolutions (80m) Greatly reduced proccessing time and improved
f=0.12mm/rev production efficiency.
SAE AT HEEHROM L TEBOBWARNRN
(it 208) 4000 (150m) SRl oT. ETAR 4320K-6
Company S Model 20 4,000 revolutions (150m) Improved production efficiency and reduced the cost
f=0.1mm/rev of tool expenses versus effectiveness by 30%.
SRS A EHREN R B RREN AT
(St 20%Y) 3,800E%5 (119m) B EDEREERMEL. ETAF 4320K
Company S Model 20 3,800 revolutions (119m) Surface roughness improved, defect rates dropped
f=0.08mm/rev dramatically, and mutual trust with clients increased.
62941 fthX—H—T300{EDFHFaHN600~700
SuUJ2 workpiece $29 BEnFmICET.
(St 328Y) 2,000@#5(182m) EENED LD WUAZRL, ETAF 5025K
Company S Model 32 2,000 revolutions (182m) The tool life of 300 pieces from another manufacture
f=0.05mm/rev became a tool life of 600-700 pieces. Work efficiency
increased and are very satisfied.




o
) ) Cut-off, Back Turning, Thread Turning

Tz R/ 1%RE

RILS —EF v FOEL—Y 3V DA AN ECRIHRSaIE s
BRI —c & BEEUBA T A9 U XL U] CNCEEHE BB T Y
ik 4

Serrated engagement of the holder and insert ensures robust, high-rigidity clamping.
Even with repeated use, the high-hardness holder prevents any shift or misalignment, making it an ideal solution for CNC automatic lathes.

(BRITRBIFEA)

Nissin key advantage
Not a mold

L —Ya Vil HREDSHIERIFEE
ﬁﬁ,ﬁ—z‘# X t Ij = :J 3 y*@* Fully precision-ground serration interface for high-accuracy holding.

Precision-ground serration interface for rigid, stable locking HEUCHEREELNZEDSHVEEUZEINZ U\ BHIRIED
EERENILY —

A high-performance holder that delivers strong vibration damping and consistent
repeatability, even after multiple insert changes.

L —2aVEl=HiRE

Full precision-ground surfaces

<BH[FEEF>
Picture is right-handed

BERY
J J (q J —}J M}Jj[, . ﬁﬁgg%w _. Fixing screw
A VEE M L
A-:—)J‘J b oo
CNC Precision Automatic Lathe *Small Tools contact surfaces KL —
Holder

*:)‘EEIZ &%ﬁﬂﬁf*ﬁ“ﬁ robust clamping rigidity achieved through screw-tightened clamping
2ARDXITEET BT EICK  EHIHRERY, IHIBREAKENRSY) - HREIT5HEL

Dual-screw fastening ensures full surface contact and high rigidity, ideal for heavy-load parting-off and back-turning.

1 =25 1 =
One hole Two holes §
NI S 4
N N N N Y=l I~ Blocker
% 10B0TILS — (B, 70y I ERLT —ERILNT © 20v7
Lo EffFFT<rEEn ———— M ZDNRNF v S EERDIRIG.
T OvI IV —ZRIVNTEE T DR ZifE TOvIZERUAH LT EE N
IREHDEDTFYIDANYN—TlEHIFEE Ao ) When using a two hole insert,
When using a 10-corner holder, ensure that the block and holder are firmly secured by fully tightening the bolts. please remove the blocker.

The block is designed to reinforce the partial engagement of the holder when it is secured with bolts. It is not intended to serve as a chip stopper.

SLKHR/L 1010

L L
I I-r\} lly\_ Holder
B I3 Dimensions (mm) BRFYS BERY J0Ov7 |70v7R0| H2/\GEHE (M)
Part Number W H L Applicable Insert Fixing screw block Block screw | Suggested Retail Price (yen)
SLKHR/L 1010 10 10 | 103 | STAROOOO  WTNROOOO | SNS40ET6mm SNs40underhead lengti6mm | BKR/L40 | RCB40 17,300
SLKHR/L 1212 12 12 | 103 | STNROOOO  WTNLROOOO 17,300
SLKHR/L 1616 16 16 | 103 | STNLROOOO WUKROOOO | TNSA0E T8mm  SNs40 under-head length mm — — 20,100
SLKHR/L 2020 20 20 | 103 | SUAROOOO 20,100




I —DJbF I D7

One hole l Two holes

;.gtﬂ 'J ?“Jj Cut-off Insert

EEVZNZ fcRENMNT

Stable machining with reduced chatter

I FYTHEE insertcrade
[SPC-30X] sUS316.5US304L,SCMA435, iz, 8%

SUS316, SUS304L, SUM435, Heat-resistant steel, Thermal refining steel etc.
¥ 1 —Z5EADET10EAL

I ;\nggﬁ Insert Number Available in 5 pieces per case case and 10 pieces per case
BUEE <% Dimensions (mm) g | BRARUIR | FHEIFEAE D)
Part Number W E RE Cut'-\g?thIDrTi]:rTeier Suggested Retail Price (yen)
JL—hE
with chip-breaker
STAR 8015 15 | 95 | 0.03| 20 ?16 4,400
E
e —
le% N iy
o 16&" STAR 8020 20 | 95 | 003 | 20 016 4,400
IRNECINE
29.9 FL—hiE STNR 8015 15 | 95 | 003 | 20 ?16 4,400
wiresenproreaker— ['STNIR 8015 (EBSF) | 15 | 95 | 003 6 16 4,400
B N STNR 8020 20 | 95 | 003 | 20 16 4,400
mirror-finish | ¢
STNLR 8020 (Z¥F) | 20 | 95 | 003 | 6 016 4,400
. Sy WTNR 8020 20 |135]003 | 20 $23 6,000
without chip-breaker WTNLR8020 (EBF) | 20 | 135|003 | 20 $23 6,000
: WTNR 8025 25 | 135 0.03 | 20 $23 6,000
{D © i_l q- WTNLR8025 (EBF) | 25 | 135|003 | 20 $23 6,000
0 eft hand
o | - WTNR 8030 30 | 135003 | 20 $23 6,000
mirror-finish WTNIR8030 (ZBF) | 30 | 135|003 | 20 $23 6,000

1&%3 } “J 70 Back Turning Insert

~ I —DE | =D
%\ One hole Two holes
- —

— BX
HEWEDRVING 14m 8
Excellent cutting performance with superior surface finish 9.5mm | | HNA Maxirmr:‘gmm
| 3:‘770*3*; Insert Grade
[SPC-30X ] 5US316.5US304L. SCM435, fil#sH. HEH = E
SUS316, SUS304L, SUM435, Heat-resistant steel, Thermal refining steel etc. L
¥ 17 —Z5@AUET0BEAY
I 9:“J7°§2§ Insert Number Available in 5 pieces per case case and 10 pieces per case
EIFE 3% Dimensions(mm) g | FHER/)\FEAMAE (D)
Part Number W E T RE Suggested Retail Price (yen)
L—
v?ith chip?gEker SUAR 8020 2.0 5.0 2.6 0.03 60 4,600
RE E 0.5=
g .
T
& T - SUAR 8030 3.0 7.0 4.2 0.03 60 4,600

gﬂ] ‘(@‘ TR SUNR 8020 20 | 50 | 26 | 003 | 60 4,600

29.9 ; i
HE SUNR 8030 3.0 7.0 4.2 0.03 60 4,600

mirror-finish

Y B
=t A IR ) ‘ T
=
3 WUKR 8038 3.8 135 | 80 | 0.03 73 6,400

50.6

110 O ‘EI
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Back Turning, Thread Turning, Cut-off

: AN/ &S /RYU

HICRLWF YT TRV —BENDZEN R
YIHI353 71 (XTI &I 731 E D7) DEZDICIERICELF Y TIEEIH RS

Vertically long chip that ensures the holder remains undamaged.
Offers highly robust chip-clamping performance to withstand the main cutting force of the three cutting-force components (main cutting force, feed force, radial force).

¢
ISV TEA
= AN £ ==
STEDBREIEIE
@% EB[Q:@EEJT% t‘-‘;ﬁjj1%;§ Fully separated clamp block structure
A o |'|_| | ;[ All contact interfaces are precision-ground to
deliver robust clamping stability.
- 1L Zerwaa itk g ZyTOREHLI
}LT ] 95\/7’5{3 75‘/7,%@ insert projection is adjustable.
¥ | I[ ) clamp block clamp block \ \ ﬁo J
| 77 AR y - :
F insel ide- i
guide-equipped EEE*:J“ Eﬁgﬁﬁ
. adjustment screw adjustment fitting
I I-R}Ilg ~—  Holder
ISVTH
B <32 Dimensions (im) ISV | ISUTRY | FORINT| AEEE | BAEXY |LLYF | HE/NGEHE ) clarjnp block
Part Number W H E B C clamp block clamp screw single-ended | adjustment |adjustment ||-wrench| Suggested Retail Price (yen)
wrench fitting screw
NKHR/L 8015K 8 8 1 0.35| 9 NKCR/L 8015K  [CL30 M3X13L 20,500
NKT6015 Y o5y =y
NKHR/L 10015K | 10 10 0 |035] 9 NKCR/L 10015K 20,500 cl:mp screw
NKHR/L 10020K | 10 10 1 0.5 | 10.2 | NKCR/L 10020K 20,500 [IIIII]IH D
NKHR/L 10025K | 10 10 1 0.5 | 10.2 | NKCR/L 10025K NKT8030 20,500 ROR/CF
NKHR 10030K | 10 | 10 | 1 | 0.5 |10.2|NKGR 10030K | 40 530 20,500 N
NKHR/L 12015K | 12 | 12 | O | 0.5 | 9 |NKCR/AL12015K | M4X13L NKT6015| RE30 1X30 20,500
NKHR/L 12020K | 12 12 0 | 0.5 | 10.6 | NKCR/L 12020K M3xe6L 20,500 adjusﬁﬁ%%ﬁng
NKHR/L 12025K | 12 | 12 | O | 0.5 | 10.6 | NKCR/L 12025 20,500
NKHR  12030K | 12 12 0 | 0.5]10.6 | NKCR 12030K NKT8030 20,500 adjuzflr;%f{;rew
NKHR/L 16020K | 16 16 0 | 0.5 ] 12 | NKCR/L 16020K 27,500
NKHR/L 16025K | 16 | 16 | 0 | 0.5 | 12 | NKRL16025€ |  CH20 550 27,500 W
M5X15L _ L-wrench
NKHR/L 16030K | 16 | 16 | 0 | 0.5 | 12 | NKCR/L16030K 27,500 —
Eln? ‘y 70 Grooving Inserts <:>
IRNEEHRENMIHTEETT LL
The long blade length enables efficient cross-cutting. LL
B FYTHMIE insertGrade []:
[SPC-30X ] SuUs316.5US304L, SCM435. fii#hsl., HEM %
I a:\yjoggg Insert Number SUS316, SUS304L, SUMA435, Heat-resistant steel, Thermal refining steel etc.
BUE JiZ Dimensions (mm) BRARILS— FAL/\FEfHE (F)
Part Number wW f8-03 E L H Applicable Holder Suggested Retail Price (yen)
E
r‘ MDE 60052 0.52 2.4 20.7 6 3,100
p e MDE 60074 0.74 3.0 20.7 6 3,100
o ~ MDE 60084 0.84 3.0 20.7 6 NKHR 8015K 3,100
D T MDE 60094 0.94 3.0 20.7 6 NKHR 10015K 3,100
. —  MDE 6010 1.0 3.0 20.7 6 NKHR 12015K 3,100
MDE 6012 1.2 35 20.7 6 3,100
K DFR * MDE 6015 %*1.5 3.2 20.7 6 3,100
Configuration of %
T IT—— MDE 8020 %*2.0 4.0 29 8 NKHR 10030K 3,900
MDE 8025 %2.5 4.5 29 8 NKHR 12030K 3,900
* MDE 8030 %3.0 4.0 29 8 NKHR 16030K 3,900
S DMAZEFE0.03mm

Y¢Width tolerance: +0.03



kﬁﬁi 9: ‘y 70 Back Turning Insert
VHIBOEEUZRE AL LIFTEZRESES

O

Minimizes chatter during cutting to ensure stable finishing dimensions. LI/
| 9:‘370*2' FE insert Grade I—;L‘
[SPC-30X ] SUS316.5US304L, SCMA435, i, B |:l: [
I 9’-\y7°§!§ Insert Numb SUS316, SUS304L, SUM435, Heat-resistant steel, Thermal refining steel etc.
nsert Number
E BIFE ~fi% Dimensions (mm) o | PWAHE BRARILS — /) \SEAAE (F)
“_" Part Number W E L H RE Radial depth of cut Applicable Holder Suggested Retail Price (yen)
;j UNR 6015 15| 33 207| 6 |0.03| 60 1.9 NKHR 8015K 3,100
6 UAR 6015 1.5 133 (207 6 |0.03| 60 1.9 NKHR 10015K 3,100
Py NKHR 12015K -~
N aE .« UABR 6015 15 |33 (207 6 |0.03| 60 1.9 015 3,100
\‘m UNR 8020 20 | 45 | 29 8 |0.03| 60 2.5 3,900
UNR 8025 25 | 52 | 29 8 |0.03| 60 2.9 3,900
| UABR ——
UNR 8030 3.0 | 65| 29 8 |0.03| 60 3.5 3,900
O\ UAKR —> UAR 8020 2 | 45|29 | 8 |0.03| 60 25 ng ]ggggﬁ 3,900
UAR 8025 25| 52| 29 8 |0.03| 60 2.9 NKHR 16030K 3,900
D T UAR 8030 3 6.5 | 29 8 |0.03| 60 35 3,900
‘ L | UABR 8030 3 6.5 | 29 8 [0.03| 60 35 3,900
UAKR 8030 3 75 | 29 8 |0.03| 80 7.0 4,100

¢ ktﬂ LJ ?\yjo Cut-off Insert O
D A THOBENTICEE

Ideal for high-volume pipe machining. (i LL

NTAR60/80 NTR/L60

| 9’-‘y7°7fa“$§ Insert Grade
NTAR60/80-NTR/L60

[SPC-30X ] sus316.5US304L, SCM435. fitZksll. e

SUS316, SUS304L, SUM435, Heat-resistant steel, Thermal refining steel etc.
NTR/LR80

[NC-35B|] v+—FIvynkBntink BIEEMaFICTIAINGGE

Exceptional sharp-edge cutting performance. Ultra-fine grade carbide with a TiAIN coating.

~ NTR/LR80

| 9“)7323 Insert Number

e P Dimensions (mm) g | BARUE BRRILS — /) \FEfAE ()
“i-‘ Part Number W E L H RE cutaxmum Applicable Holder Suggested Retail Price (yen)
S NTAR 6010 1.0 | 35 /207| 6 |0.03] 20 5 NKHR 8015K 2,400
& 60106012 NTAR 6012 12 | 35[207| 6 |0.03]| 20 5 NKHR 10015K 2,400
NTAR 6015 15 |33 (207 6 |0.03] 20 8 NKHR 12013K 2,400
6015.8020 NTAR 8015 15| 8 | 29 | 8 |0.03]| 15 ®12 NKHR 10020K 2,900
NKHR 12020K ~ —————
— NTAR 8020 20| 4 | 29| 8 |0.03] 15 $20 NKHR 16020K 2,900
8015
NTALR 6010 (ZHF) | 1.0 | 35 |207| 6 |0.03| 15 ®5 NKHL 8015K 2,400
16 —5 NTAR6012 EBF) | 12 | 35|207| 6 |003]| 15 5 NKHL 10015K 2,400
‘ NTAR  \= T NTAR601S (EE) | 15[ 33 [207] 6 003 15 | ¢8 NKHL 12015K 2,400
~ NTAR 80156 (EF) | 15| 8 | 29 | 8 003 6 ¢12 NKHL 10020K 2,900
: R NKHL 12020k~ ——————
o NTALR 8020-6 ZBF) | 20 | 4 | 29 | 8 |0.03] 6 $20 NKHL 16020K 2,900
NTR o NTR6010 1.0 | 35 207 | 6.0 |0.02] 23 5 NKHR 8015K 2,900
—  NTR6012 1.2 | 35 |20.7| 6.0 |0.02| 23 #5 NKHR 10015K 2,900
L NKHR 12015k~ ———————
NTR 6015 1.5 | 33 207| 6.0 |0.02] 23 8 2,900
NTR 8020 20 | 4 | 29 | 80[002]| 20 | 920 | NKHR (100,120,160)20K 3,600
NTR 8025 25| 4 | 29 | 80 [0.02] 20 | 920 | NKHR (100,120,160)25K 3,600
NTR 8030 30 | 4 | 29 |80 002| 20 | $20 | NKHR (100,120,160)30K 3,600
NTLR6010  (ZHF) | 1.0 | 35 |20.7| 6.0 | 0.02| 23 5 NKHL 8015K 2,900
NTLR6012  (ZBEF) | 1.2 | 35 |20.7| 6.0 | 0.02| 23 5 NKHL 10015K 2,900
NKHL 12015K [ o~
NTIR 6015 (EBF) | 15 | 3.3 | 20.7| 6.0 | 0.02| 23 8 2,900
NTIR 8020 (EWF) | 20 | 4 | 29 | 80 |0.02| 20 | 20 | NKHL (100,120,160)20K 3,600
NTLR 8025 (ZHSF) | 25 | 4 | 29 | 8.0 |0.02| 20 ®20 | NKHL (100,120,160) 25K 3,600
NTLR8030 (ZBF) | 30| 4 | 29 | 8.0 |0.02] 20 $20 | NKHL 16030K 3,600

HWODMARZEFE0.03mm
Width tolerance: +0.03
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Throw-Away Insert engineered specifically for parting-off.

2l RYUIUFHAO—7911

RIVS — Fv T OHREHL RIEFEL LT
VIBTF VI ZRIFT DT AIEIFCF v TOBAV AL REURIVII T A TER T,

The holder and insert feature precision-ground front contact surfaces,
and the V-groove securely seats the insert, preventing lateral movement during cutting ensuring stable parting-off performance.

Iy—JITvIDYINA -
O VADHICHIIEELOIROBICWF T

<BHEFEEF>
Picture is right-handed

BRARYIIEP32

Maximum Cut-off Diameter $p32

TY,

OBHEBELTERASZDT. ST ARMETH
L ENBF VI T,
MECEL B cF v S ZREEE TREHULED
REINTEXT,

@ KXMEYN) THY+— T TUINKIRBEDF v I TT,
eDesigned to reduce nibs when cutting sharp corners.
eRegrindable insert that keeps running costs exceptionally low.
The adjustment hardware allows you to compensate for reduced insert length after
regrinding.
eDelivers sharp, high-performance cutting even in heavy-duty parting.

All cl i if
WE VY RAIVAT weamo systom FEER IR oo oirieoes e
FTESET SV T T R DOEBEBRDRTERR Chatercontor dosign tat protacts he suting sdge, oo oo
EEUENZ AEETFIEE

(REDHIBSE) .
. S FuTE L TFHECIHE X ER 2
bt Tl B< [E+AI TR B3R .
Sy FyTEINET EDERL
s —BiEE. | o — §
c‘)bg‘_vﬁt”% <Fully separated structure>
-groove sea Balanced upper-and-lower clamping A I~
RIS — [ EE/ EFEELETEET with full-surface support ensures i 4
The holder is interchangeable between right-hand and left-hand rigid, Ste.‘ble insert seating. . . I <= v@I—J T
Dual-point support keeps the insert in
position without lift or deviation.
| I‘h)bg\_ Holder
E 3% Dimensions (nn) o5u78  |o5v7xy| @Eea | BERY | LLUF | RZIEBER  mpoon
Part Number H clamp block clamp screw | adjustment fitting | adjustment screw L-wrench Suggested Retail Price (yen) @
CTKHR/L 16025 | 16 | 130 | 16 | 16 | CTKCR/L 16025 CLX30 27,500 //
CTKHR/L 19025 | 13 90 19 | 19 | CTKCR/L 19025 27,500 ISITxY
I
CTKHR 20025 | 20 | 130 | 20 | 20 | CTKCR 20025 | CLB50 | CTKTR/LR RE30 %30 27,500 ;;'53‘%
CTKHR/L 16030 | 16 | 130 | 16 | 16 | CTKCR/L 16030 | . . 1725 27,500 EEes
CTKHR/L 19030 | 13 | 90 | 19 | 19 | CTKCR/L 19030 27,500 ag
CTKHR 20030 | 20 | 130 | 20 | 20 | CTKCR 20030 CLB50 27,500 p—
adjustmen{ chrew
oo
*t)J ,J ?yj Cut-off Insert LLoF
L-wrench
D FYTHE  insert Grade
[NC-35B] @@m@kiFIcTIANGE
I a—_‘yjo;:ﬂg Insert Number Ultra-fine grade carbide with a TiAIN coating.
B N} Dimensions (i) g | RARIEZ ERARILS — FRER/\FEAAS ()
. Part Number W E L H Cut[‘g?fxg?:rweter Applicable Holder Suggested Retail Price (yen)
- r CTKHR/L 16025
Ee’ CTKNR 3025 2.5 6 30 4.5 15 ®32 CTKHR/L 19025 3,900
@i ——— CTKHR 20025
|
. CTKHR/L 16030
CTKNR 3030 3.0 6 30 4.5 15 $32 CTKHR/L 19030 3,900
CTKHR 20030

WL —[SEMF/ EBF LA TETT

The holder is interchangeable for right-hand and left-hand use.



NB bit for precision automatic lathes

1> v 0 SBEF Y S EERECO—FLTVET
B CORE - RENMLZEKRUVCERNANTT
AMFHBEEENSCZ NMITRICEDE T RRBRICHETEET -

The steel shank and carbide tip are brazed with high precision.

Purpose-built bit for precise, stable machining on automatic lathes.
The freely grindable edge allows flexible shaping to suit the machining process.

9“371‘3*5 Insert Grade ¥ FWITMRBBICK>TIF TEER TR EELY % Please check availability, as stock may vary by insert grade.

[SLT 65 LEmmsEI] 27U A, i1 ke [SLT 51 LEr#yEI#15US416,SUS440C. F 5
[Applicable Materials] ~ Stainless steel, carbon steel, and general-purpose use [Applicable Materials] SUS416, SUS440C, Titanium
[SLT 45] Lamussi#]S45C. SUS303.SKD [SLT 71 UErssssist]sreisE. SUM
[Applicable Materials] S45C, SUS303, SKD [Applicable Materials] Free-cutting steel, SUM )
PB1 OOH? *ﬁ?ﬁi\_‘l\“ﬂ' ~ RUTE Fw 5% Insertdimensions | 4/ H A X Shanksize |72/ \FE{IHS (D)
Model PB100 Facing tool bit Part Number A B C H wW L Suggested Retail Price (yen)
. | ;] PB107 3 3 30 7 7 150 2,400
‘(*‘ ! 2 PB108 3 3 30 8 8 150 2,400
. L—JC PB1095 3 3 30 9.5 9.5 150 2,600
’30*‘ I 1 I] PB110 3 3 30 10 10 120 2,600
PB112 3 3% 30 12 12 120 3,200
L PB113 4 4 30 13 13 150 3,200
PB116 4 4 30 16 16 150 5,300
¥SLT-65(34X4  SLT-65:4x4
(mm)
PBZOOH‘Z %tﬂ k) '%lnl \“’I' ~ FidE:3 Fw 5% Insert dimensions E 4T YA X Shank size| 7522/ \FEfM4S (F)
Model PB200 Parting - grooving tool bit Part Number A B C H W L Suggested Retail Price (yen)
E PB207R/L 2 3 30 5 7 7 150 2,400
o | | =] PB208R/L 2 | 3 ]3] 5 8 8 | 150 2,400
c PB2095R/L 2 3 30 8 9.5 9.5 150 2,600
. PB210R/L 2 3 30 8 10 10 120 2,600
m*fl ] | I] PB212R/L 3 3 30 10 12 12 120 3,200
PB213R/L 3 3 30 10 13 13 150 3,200
L ‘ PB216R/L 4 4 30 18 16 16 150 5,300
HARISERBF
(mm)
PB300ﬁ’ EFI\']' I\ RIS FwE  Insert dimensions 9 IH A R Shanksize | F5ER/\FE(THE (F)
Model PB300 Flat tool bit Part Number A B @ H W L Suggested Retail Price (yen)
| 3] PB308 8 3 15 8 8 150 2,400
C PB310 10 3 15 10 10 120 2,600
1
o PB312 12 4 15 12 12 120 3,200
*F i
| L |
(mm)
PB400ﬂ2 LEINA U FwFFiE Insertdimensions | /47>t A X Shanksize | FER/\FEATAE (F)
Model PB400 L-shaped tool bit Part Number A B C H W L Original Price (yen)
| 2 PB410R 3 3 10 | 10 | 10 | 120 2,600
U] PB412R 3 3 10 12 12 120 3,200
B A
i i
L ‘ ZOMY A XeEIET
| Custom orders are available
-,
BiERE IS
Brazed Carbide Tool Green Bit Nisshin Standard JIS Standard
9:‘770*7."*5 Insert Grade 33/34ﬁ2 H">'JI\“4 ~ HT23/24ﬁ2 5§7\1’l&0" 39/40ﬁ2 5'5_}'“}5/\“4 ~
WSP 20J| Model 33/34 single-edge bit %i%tﬂ‘ﬁ'ul\“,r I\ Model 39/40 Round-nose corner tool bit
. w Model HT23/24 Grooving and external turning bit
EFA#R A+ ] 86 A

[Applicable Materials] For steel ﬁ“ | E[IK & |
LM 20]
L |: j | vl |

[Applicable Materials] For stainless steel and steel MARIE 33 (EF) MARIZHT 237 (GEE) KARBIE 39 (BRF)
WKH 1 OAJ xShown: Model 33 (right-hand) xShown: Model HT23 (right-hand) xShown: Model 39 (right-hand)
(BRI 85, 7L ISR XZDMDIISHFAE/NA MO TAETT HEOERDHETHHLEHLEL TV
[Applicable Materials] Cast iron, Aluminum, Non-ferrous metals xOther JIS-standard tool bits are also available.

Please contact us for stock availability.
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91');' %B[III )IJ Side « Slot Milling Endmill

~ =3
J 3 I I\ — ) NISSIN FALCON® Short Endmill

AT VU, MERICIEE (CENT
AZEEEDICKVEEYTOEEIR I VRIILTT,

An endmill that is capable of high feed rate, extremely controlled chatter, and excellent with stainless heat-resistant steel.

BEFAFSE IR 4MH(RUNAST)

Carbide Unequal Flute Spacing Endmill 4 Flutes (51° helix angle) (mm)
P/N D1 L1 L d F HEITE
il ()
§2§ 7‘]?% EE @E §H]f§ _ﬂ%ﬂ Suggestgd
N " ~ Part Number Mill Dia. Flute Length | Overall Length Shank Dia. No. of Flute Retail :rlce
Yy U7 tV9-CNCEEE —
Machining Center / CNC Automatic Lathe sl alle ! ! 45 4 4 4,000
SPHFS4-1.5-4 1.5 1.5 45 4 4 4,000
SPHFS4-2-4 2 2 45 4 4 4,000
SPHFS4-2.5-4 25 2.5 45 4 4 4,000
SPHFS4-3-6 3 3 45 6 4 4,600
SPHFS4-3.5-6 35 3.5 45 6 4 4,600
SPHFS4-4-6 4 4 45 6 4 4,600
SPHFS4-5-6 5 5 45 6 4 4,700
SPHFS4-6-6 6 6 45 6 4 4,700
} L ) SPHFS4-7-6 7 7 25 6 4 9,500
L1
‘ H SPHFS4-8-6 8 8 35% 6 4 9,500
dl RS Tor SPHFS4-8-7 8 8 45 7 4 11,300
SPHFS4-8-8 8 8 45 8 4 8,700
SPHFS4-10-7 10 10 45 7 4 17,200
(EXNDIEER) SPHFS4-10-10 10 10 45 10 4 11,500
{Front View of the Bottom Cutting Edge)
REDE| SPHFS4-12-10 12 12 45 10 4 18,500
Variable Pitch
A#B#C#D SPHFS4-12-12-45L 12 12 45 12 4 16,000
SPHFS4-12-12-75L 12 12 75 12 4 16,800
SPHFS4-14-10 14 14 45 10 4 27,000
m Features #SPHFS4-7-6-SPHFS4-8- 6D R E(F35MEBOTHUFT
*The overall length of the SPHFS4-7-6 + SPHFS4-8-6 is 35mm.
1. BEENEL VIV DOBEHMC
Bncua
2. TEERENIERICHL) I
Work Material
3. IT\'j’f I\u2n+0)1 D?‘]E‘l_d:") % BN
RERS ) ] _. s
/lelc < L\hﬁi C;:on steel Hardened steel ﬁ% XTJIJZﬂ FIVER ﬂmﬂ%&ﬁﬁ
Cast iron Stainless steel Titanium Super heat
=HRc40 =HRc50 resistant alloy
1. High lubricity and excellent chip evacuation O O O @ @ @
properties.
2. Extremely high heat-resistant efficiency.
3. White-spec 1D cutting length combined with
highly chip-resistant carbide.
DAv kT ZEfzNT F—BIlT
D-cut machining polygon machining keyway machining

13



SO EEN) FEH DO BEFRORET — I ZRICUERISF T . FrVEF Y F—I TlRHEDFR b IRRICEVRGZ EIFTITERALIEE LY,

The conditions for each spindle speed and feed rate are based on actual data from our clients track records. They are not data bias. Please increase the conditions according to the circumstances.

HEERIFZDREGZINTOEMTIRIETDHDTIEFTEUVEE Ao itis not guaranteed that all machines will meet the conditions shown on the milling parameters chart,

CNC Automatic Lathe
DAvh +—i& k&R - S TEH thHISRG BT

D-Cut Keyway Carbon Steel « Alloy Steel + Tool Steel Milling Parameters (Slotting)

& R34 (S45C SUM %) Gl (SNCM420 SCM415 £) TEH(SKD11 SKD61)

Material Carbon steel (S45C SUM etc.) Alloy steel (SNCM420 SCM415 etc.) Tool Steel (SKD11 SKD61 etc.)

RUZE Sk [z EUEE | 1R [EIE 2 [z EUEE | TR [EIE 2 3 REUEE | TR

Part Number Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz Spindle Speed | Peripheral Speed Feed Rate fz
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)
SPHFS4-1-4 6,000 19 150 0.006 6,000 19 150 0.006 6,000 19 100 0.004
SPHFS4-1.5-4 | 6,000 29 180 0.008 6,000 29 180 0.008 6,000 29 120 0.005
SPHFS4-2-4 6,000 38 220 0.009 6,000 38 220 0.009 6,000 38 150 0.006
SPHFS4-2.5-4 | 6,000 48 250 0.010 6,000 48 250 0.010 6,000 48 170 0.007
SPHFS4-3-6 6,000 57 300 0.013 6,000 57 300 0.013 6,000 57 200 0.008
SPHFS4-3.56 | 5,500 60 300 0.014 5,500 60 300 0.014 5,500 60 200 0.009
SPHFS4-4-6 4,700 60 300 0.016 4,700 60 300 0.016 4,000 50 200 0.013
SPHFS4-5-6 4,400 70 350 0.020 4,400 70 350 0.020 3,100 50 250 0.020
SPHFS4-6-6 4,200 80 350 0.021 4,200 80 350 0.021 2,600 50 250 0.024
SPHFS4-7-6 3,000 77 450 0.038 3,000 77 450 0.038 1,900 50 300 0.039
SPHFS4-8-6 3,500 90 450 0.032 2,800 90 450 0.040 1,900 60 300 0.039
SPHFS4-8-7 3,500 90 450 0.032 2,800 90 450 0.040 1,500 60 300 0.050
SPHFS4-8-8 3,500 90 450 0.032 2,800 90 450 0.040 1,500 60 300 0.050
SPHFS4-10-7 2,800 90 450 0.040 2,800 90 450 0.040 1,500 60 300 0.050
SPHFS4-10-10| 2,800 90 450 0.040 2,800 90 450 0.040 1,500 60 300 0.050
SPHFS4-12-10| 2,300 90 450 0.049 2,300 90 400 0.043 1,500 60 250 0.042
SPHFS4-12-12-45L| 2,300 90 450 0.049 2,300 90 400 0.043 1,500 60 250 0.042
SPHFS4-12-12-75L| 2,300 90 450 0.049 2,300 90 400 0.043 1,500 60 250 0.042
SPHFS4-14-10| 2,300 90 450 0.049 2,300 90 400 0.043 1,500 60 250 0.042
B8EE  05DFTDAVE ae=~0.5D ap=~1.0D  0.5DUUEDAYRSLVENLT  ap=0.5D
Referenced dimensions D Cutup to 0.5D ae=~ 0.5D ap=~ 1.0D D Cut and Slotting over 0.5D ap=0.5D

DAvhk +—8 AT VLA TiGE VRIS (BIIT]

D-Cut Keyway Stainless Steel + Titanium Alloy Milling Parameters (slotting)

HE F—2FFANR(SUS304 %) | TILFTANR(SUSA40C ) ATFHHER(ER (SUS630 %) Ti6ALAV
Material Austenitic stainless steel (SUS304 etc.) Martensitic stainless steel (SUS440C etc.) Precipitation hardening stainless steel (SUS630 etc.)
R O | BE |EVEE| XY | D5 | BE |(EUEE| 1R | OB | BE (EUEE| 1R | OB | BE EUEE| 13X
Part Number |Spindle Speed| Peripheral Speed | Feed Rate fz Spindle Speed| Peripheral Speed | Feed Rate fz Spindle Speed| Peripheral Speed | Feed Rate fz Spindle Speed| Peripheral Speed | Feed Rate fz
(min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm) (min-1) (m/min) (mm/min) (mm)

SPHFS4-1-4 | 6,000 | 19 | 200 | 0.008 | 6,000 | 19 | 150 | 0.006 | 6,000 | 19 | 200 | 0.008 | 6,000 | 19 | 120 | 0.005
SPHFS4-1.54 | 6,000 | 29 | 220 | 0.009 | 6,000 | 29 | 180 | 0.008 | 6,000 | 29 | 220 | 0.009 | 6,000 | 29 | 150 | 0.006
SPHFS4-24 | 6,000 | 38 | 250 | 0.010 [ 6,000 | 38 | 200 | 0.008 | 6,000 | 38 | 250 | 0.010 | 6,000 | 38 | 180 | 0.008
SPHFS4-25-4 | 6,000 | 48 | 280 | 0.012|6,000 | 48 | 220 | 0.009 | 6,000 | 48 | 280 | 0.012 5000 | 40 | 200 | 0.010
SPHFS4-3-6 | 6,000 | 57 | 300 | 0.013 | 6,000 | 57 | 250 | 0.010 [ 6,000 | 57 | 300 | 0.013 | 4,200 | 40 | 200 | 0.012
SPHFS4-3.56 | 5,500 | 60 | 300 | 0.014 [ 5500 | 60 | 250 | 0.011 [5500 | 60 | 300 |0.014 |3,600| 40 | 200 | 0.014
SPHFS4-4-6 | 4,700 | 60 | 300 | 0.016 | 4700 | 60 | 250 | 0.013 [4.700 | 60 | 300 | 0.016 | 3,100 | 40 | 200 | 0.016
SPHFS4-5-6 | 4,400 | 70 | 350 | 0.020 | 4,100 | 65 | 300 | 0.018 [ 4,400 | 70 | 350 |0.020 | 3,100 | 50 | 250 | 0.020
SPHFS4-6-6 | 3,700 | 70 | 350 | 0.024 | 3,400 | 65 | 300 |0.022 (3,700 | 70 | 350 | 0.024 | 2,600 | 50 | 250 | 0.024
SPHFS4-7-6 | 3,100 | 70 | 450 | 0.036 3,100 | 70 | 400 |0.032 | 3,100 | 80 | 450 | 0.036 | 2300 | 60 | 300 | 0.033
SPHFS4-86 | 3,100 | 80 | 450 | 0.036 | 2,200 | 70 | 400 | 0.045 | 2500 | 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-87 | 3,100 | 80 | 450 | 0.036 | 2,200 | 70 | 400 | 0.045|2500 | 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-8-8 | 3,100 | 80 | 450 | 0.036 | 2,200 | 70 | 400 | 0.045 | 2500 | 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-107 | 2,500 | 80 | 450 | 0.045 | 2,200 | 70 | 400 | 0.045 | 2500 | 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-10-10| 2,500 | 80 | 450 | 0.045 | 2,200 | 70 | 400 | 0.045 | 2500 | 80 | 450 | 0.045| 1,900 | 60 | 300 | 0.039
SPHFS4-12-10] 2,100 | 80 | 400 | 0.048 | 1,800 | 70 | 350 | 0.049 | 2,100 | 80 | 400 | 0.048 | 1,500 | 60 | 250 | 0.042
SPHFS4-121245L 2,100 | 80 | 400 | 0.048 [ 1,800 | 70 | 350 | 0.049 [ 2,100 | 80 | 400 | 0.048 | 1,500 | 60 | 250 | 0.042
SPHES412-1275 2,100 | 80 | 400 | 0.048 | 1,800 | 70 | 350 | 0.049 | 2,100 | 80 | 400 | 0.048 | 1,500 | 60 | 250 | 0.042
SPHFS4-14-10] 2,100 | 80 | 400 | 0.048 [ 1,800 | 70 | 350 | 0.049 [ 2,100 | 80 | 400 | 0.048 | 1,500 | 60 | 250 | 0.042
BENE  0.5DFTDAVE ae=~0.5D ap=~1.0D 0.5DMEDAVPSKLVENT  ap=0.5D

Referenced dimensions 3% Ti-6Al-4V(0.5D% TDAwk ae=~0.5D ap=~0.5D  0.5DIEDAYFSKIENT  ap=0.25D

D Cutupto0.5D ae=~0.5D ap=~1.0D D Cut and Slotting over 0.5D ap=0.5D
xFor Ti-6Al-4V D-Cut up to 0.5D ae=~ 0.5D ap=~ 0.5D D-Cut or Slotting more than 0.5D  ap=0.25D

fid Z Notes

O AT VRIVE HE. B EE5ICHMIGTEDIVRIILTT,

0 X DIBE., LEEEIHIRAFD60~80% TTERALIEE L,

0 XVRE(S. ap ae DH'ERGLIAZTVEEIE60~80% TTHERALIET L, aa
0 01 2iBE DM BN NI TEZE—9 - VEDEEEEEN—RICRHFHLLTEIET, D
@ This Endmill is an endmill that can be used for either side milling or slotting.

@ In the case of dry method, please apply with 60-80% of the conditions mentioned above.

® For the the feed rate, please apply at 60-80% if ap ae D are larger than the conditions.

® The conditions are based on a Petermann Automatic Lathe that can process material equivalent to ¢p12.




EP{j:J:’V{j:J: ljl‘m Applicable for Semi-Finishing to Finishing

Bﬁ ‘E’IJ Z D - 7 Ij I 4, ? ‘y 70Turning Throw Away Insert
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[SPC GradeJremarkably extending the tool life of the cutting edge.

CCGT,CCMT/DCGT,DCMT

@ =iEEM (HRCO0™(D) . AEMICORERNZFRELE T,

il
1
—_

@ tIHIT A LDFEHE (30%~50%) ZBErICBEELE Ul (DX ETHREBLET)
® BREFURHTERUTCEVN T IEFMMECTFy T OERBNREY . TEEDHIRIC DRAIET,

(D Demonstrates extreme power even with high hardness material (60°HRC) and thermal refining steel.
(2 Was produced with the purpose of shortening machining time (30%~50%). (adjusting the spindle speed and feed rate)
(® The cutting edges tool life extends and the usage count of the insert decreases leading to a reduction of tool expense even when applying with the same conditions as the status quo.

#&@NC-35G

[RiE:PVD-VGO—bk

1B FA - #2HI#4:SCM, SUS 2. S45C. SSH

Grade: NC-35G
Coating: PVD-VG Coating

Application*Workpiece: SCM, SUS overall, S45C, Structural Steel

O=7EE O=iNHA2088 L=R1{F&E

@-=in stock O=15 days lead time A\=manufactured product

#ESPC-30X
fEfE:SPCO—b

1R MEFEM S ICEN B FiBiE

B -t EI#4:5US304, SUS316.SUS420J2. Mt #kil . SEHME
Grade: SPC-30X
Coating: SPC Coating

Features: Superior toughness and wear resistance super micro-grain carbide
Application+Workpiece: SUS304, SUS316, SUS420J2, heat-resistant steel, alloy steel etc.

CCGT | .= | —w"@g8ezm® pecr | = | oo
Part Number NoseRadisl NC-35G _ SPC-30X Part Number NoseRadiusl NC-35G_| SPC-30X
— CCGT060202-TW 0.2 (1,300MHO — DCGT070202-TW 0.2 [1,300MHO —
E/ CCGT060204TW | 0.4 [1.300M0 | — @ DEGTI1T302TW | 0.2 |1.500HC
| : DCGT11T304-TW 0.4 [1,500HO —
CCGT09T304TW | 04 [1.400MO  — el DCGTTTT301RK | 0. E— 000
CCGT0602003V | 0.03 —  2500Me ATl DCGT11T301LK | 0.1 —  [2,000mO
CCGT060201-V 0.1 — 2,500 _ 5 | DCGTT1T302RK | 0.2 — |2.000me@
—y CCGT09T3003-V | 0.03 —  2,700M@ Poished chip breaker | DCGT11T302L-K | 0.2 —  [2,000H0
— . - | DCGT11T304R-K 0.4 = 2,000HO
CCGTO9T301-V 0.1 2N ) g DCGT11T304LK | 0.4 —  [2.000MO
" CCGT060202-T oL — | 2.500M0 DCGTT1T301RKW | 0.1 [1,500HO[ —
E/ CCGT09T302-T 0.2 — 27000  #SHEREF | DCGT11T301LKW | 0.1 [1,500M0| —
CCGT09T304-T 0.4 —  2700m0 et | DCGT11T302RKW | 0.2 |1.500M@ |  —
& @ | DCGT1173021-kW | 0.2 [1,500@O0|  —
£ ¥ M w ) Excellent chip control M class insert ﬂ DCGT11T304RKW | 0.4 |1,500HO —
)Y BIERYT - MIRF > 7 DCGT11T304L-KW | 0.4 [1,500HO —
HENBDA—)VRDINE BB B ERBUDRIE S DCGT0702003-V | 0.03 = 2,500H®
The conditions of the chip curls are smaller, decreasing ;:zifim*g/g_“ — < DCGT070201-V 01 — 2.500M@
CCMT BUE J—ZR| ™= erceichip &rade s DCGT11T3003-V 0.03 = 3,200H@
Part Number Nose Radius SPC-30X DCGT‘] 1 T30’| -V 01 — 3'200Fq.
CCMT09T302 0.2 1,500MH@® Q DCGT070202-T 0.2 = 2,500HO
LaF o DCGT11T302-T 0.2 = 3,200H@
u CCMTO9T304 0.4 1.500/3@ - DCGT117T304T | 04 | =  [3,200Me
— RIFICKVERTY
hard-to-break f .
ard-to-break feature Eu1’|57|_\}|19—7¥("J35§-o
= N Custom holders are available.
DCMT BE R | PR s T
Part Number Nose Radius SPC-30X
. ) DCMT11T302 0.2 1,700MH@
@ DCMT117304 0.4 1.700M@
DCMT11T308 0.8 1,700H@

EEW%UIE: ﬂﬁ'ﬁﬁ;ﬁu Carbide Cutting Tools Manufacturer « Sales
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TEL : 072-221-8081

https://nansaku-nissin.com/
4-32-2 Ebisujimacho Sakai Ward Sakai City, Osaka 5900985 Japan
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