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High hardness and outstanding wear resistance PVD coating on ultrafine particle carbide that is superior in toughness.
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External machining (workpiece SKD61 Profiling
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Taper turning also possible

Maximum 10mm
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Extremely rigid vertical positioned insert. Possible of machining SKD61 with a 10mm radius in a single shot.
Also possle to machine SUS 630 with a 5mm radius in a single shot.
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@Sharp cutting edge and polished chipbreaker adopted!
@Domonstrates power even with stainless steel and hard-to-cut

@Also cabable of cutting high hardness material.

BE i Dimensions (1) BRFYS ISVTRY LyF TNW40  TNJ40
Part Number H W F Applicable Insert Clamp screw Wrench @ @
TMKHR 1010 10 10 45 TMR98-BAT TNW40 LX08
TMKHR 1212 12 12 2.5 TMR98-BATO1 il > F TS E g
TMKHR 1616 16 16 TMR98-BAT02 @ ©
TMKHR 2020 20 20 TMR98-BAT04 TNJ40 LX15
TMKHR 2525 25 25 TMR98-NZ
I FYTRIZE  insert Number
- = <5 Drmensons (mn) o AR —
Part Number Part Number A B Depth%ut RE Applicable Holder
TMRI8-BAT (€2 0fY) 0.03
g E ~ B | Hurossatoz ' 0.2 KR 1912
TMR98-BAT04 0.4
15 TMKHR 1616
TMR98-NZ 0.03 TMKHR 2020
< .!- 2.2 5.5 2.3 TMKHR 2525
re/LB | : : :
6° —~ TMR98-NZ015 0.15
| ﬁﬁtﬂﬁﬂ%ﬁ: Recommended cutting conditions
WEI ERE (51 ) AT VLA R
Work Material High speed steel (Die steel etc.) Stainless steel Carbon steel
EIERE Cutting speed(m/min) 30~65 50~90 70~120
JX!)& Feed Rate (mmirev) 0.03~0.05 0.03~0.07 0.03~0.08
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TM Cut-off Series Machining Case Study (single pass grinding)
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A machining process that requires numerous replacements, grinding in a single pass is made possible and efficient machining is outstandingly better!
Menacing Cutting Power. Not only does the roughness of the surface finish maintain accurate and stable quality but also a long life span!

Menacing
cutting power
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Work Material
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Cutting Conditions
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User comments

TMR98-BAT02
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3-corner insert

SUS316
(Ctt 20%Y)

Company C Model 20

¢19—-94 EFF20mm

$19—¢p4 20mm lengthwise

—-p8RF15mmEgifE

—@$8 15mm lengthwise step grinding

1,100@#z5 (66m)

1,100 revolutions (66m)

f=0.03mm/rev

3,000{BD3Fdn. HERD 2MF U EICTRH
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3,000 pieces of tool life. Over 2 times longer than the usual, greatly reduced
cost and time.
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Applied insert Work Material Cutting Conditions User comments
$8—¢p4 RF4mm
TMRO8-BAT SUS304L #8-¢4  4mm lengthwise 4AHET3ZZO0VHIEDTICREL
30—F—FvwS (C#t 20 3,000z (75m) IINTEL. (2,800f@DFR

3-corner insert

Company C Model 20

3,000 revolutions (75m)

f=0.03mm/rev

Stable machining for 4 days without going off stride for even 3 microns. (2,800
pieces of life span)
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Applied insert Work Material Cutting Conditions User comments
$16—¢10 &F12mm
TMRO8-BATO2 S25C 16010 12mm lengthwise 1,100 DR, HERD1.5BDF T

33—F—FuF

3-corner insert

(St 208Y)

Company S Model 20

3,800@&x (191m)

3,800 revolutions (191m)

f=0.07mm/rev

TEENIENFEHIBTET.

1,100 pieces of tool life. 1.5 times longer life span than the usual and was able
to reduce tool expenses by 30%.
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Cutting Conditions
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User comments

TMR98-BAT02
33—F—FvF

3-corner insert

A2017
(N#t 208Y)

Company N Model 20

¢14—¢5 RF30mm

$14—¢p5 30mm lengthwise

2,500@%z (110m)

2,500 revolutions (110m)

f=0.025mm/rev
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The chip beautifully curls up and machining efficiency improved.
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Applied insert
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Work Material
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Cutting Conditions
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User comments

TMR98-BATO2
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3-corner insert

SUS303
(St 208Y)

Company S Model 20

¢20—¢10 &F140mm

$20—¢10  140mm lengthwise

2,800@EE (176m)

2,800 revolutions (176m)

f=0.03mm/rev
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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.
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T590-0985 KIRFHATMRXFASH] 4-32-2

TEL : 072-221-8081

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

FAX :072-221-8085



