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Chamfering Tool for Hardened Steels
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Allows numerically controlled (NC) automated centering and chamfering.
Long tool life even when machining hardened steel
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Thinning provides good biting properties.
High defect resistance due to the blunt-angled tip
Optimized edge shape for outstanding cutting capabilities and high defect resistance
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ATH coating provides long tool life, even with hardened steel.
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Cast iron Carbon steel Stainless steel Pre-hardened Hardened steel i i
‘Alloy Steel steel 65HRG Mold making Parts processing
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A wide range of chamfering is required for molds and parts, which are often processed manually.
In addition, few chamfering tools are available for hardened steel.
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Using DN2HC allows NC automated machining, reducing manual processing time. Compatible with a wide range of
steel types ranging from soft steel to hardened steel; provides long tool life and quality processed surfaces.
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& ‘-”‘ '1:{/# = Edge shape offers high defect resistance and ou?standing cutting capabilities to suppress burr ¢

This is the point generation and achieve automated and stable machining.
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Features

Employs blunt-angled tip and thinning for optimized edge shape.

=L EDEMEMDERL DN2HC-ATH fEREIOTE

Good biting properties by thinning - Conventional chamfering tool

FIRERD A DD
RELICK WY
Resistant to defects due to
\ the blunt-angled tlp
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Optimized edge shape for outstanding cutting capabilities and high defect resistance
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tJJ‘E"J%#F Cutting conditions
TE : DN2HCOB00-ATH
Tool  (¢BXL215XL66)
WA | FSAF v SRAE (53HRC) N
Work material : Steel for plastic molds .- Thrust
B - #EFZMC (HSK-AB3) .

Machine : Vertical MC 2000 2000 | i 2000 -

ve=30m/min n=1,592min" L
f=0.06mm/rev vf=95mm/min
I—3SUh 1 KBMEIHIR SHEBIEH 1000 1000 | 1000

Coolant : Water base coolant (External) i

3000 3000 + 3000

LER Top diameter @ 5Emm 0 e, ol 1] ol )

3 %‘J‘ 3% 1 2 3%

\/ MLD - ASZAREBICEL MLOLER RIBFREICKDIERELN
Low torque and thrust Torque rising Waveform disturbance caused by defect

Long tool life even with hardened steel
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Features Adopts ATH Coating

O THI—FT VI DEELHBEMESSICKE, SEEMTEIINTIOESRL. SEEE(EH @Hardness and oxidation resistance of TH coatings is further improved.

L — - . \ _ Enables longer life and higher efficient when cutting high-hardness
E'I-Hb('*.lgbgsbrho ( uEEju?b‘ b("ﬁ‘&%ﬂ“tbr“SI%j—/jjm J|\:I T4J7_C§-) materials. (Si nano composite coating with finer crystal particles)
OSEEMFH(BEHRCL L) DETHINNTICBIF I tae = FIELE T, @Exhibits amazing performance when cutting high-hardness materials
.— . . - (55HRC or higher)
ORSATHUIVHTHRE M. @Long life for both dry cutting and wet cutting

B Top diameter @ 5mm

PIEIESES Cutting conditions ‘<—"
TE 1o : DN2HCOB00-ATH (¢6X215XL66) #Hl#T Work material : SKD 11482 (60OHRC)

%m Machine - ﬁﬁ/MC (HSK A63) Horizontal MC

ve=30m/min  n=1,592min’ f=0.06mm/rev v=95mm/min

I—3b coolant - AKGBAMLIHEIAR SVEBHFEH water base coolant (External)

E 5’[’, ﬁ Tool tip ﬂ J: E Top of hole

DN2HC-ATH | DN2HC-ATH

384/VCRIE 384/VCRIE
Damaged on 384th hole Damaged on 384th hole

ﬁ*nnntttm bTﬁ*ﬁ ‘: ;ﬁ( E%ﬁ Resistant to defects; provides long life compared to conventional tools.
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Good surface without tears Tear caused by defect on edge

5767 kel TATRE

Tool life extends beyond 576th hole.
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Max C chamfering length
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Tip length
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Max available depth

DN2HG: i i

—>

®Dc

w§

LT

e |l 5 e

. — T_rmjf Size (mm) , E{ﬁﬁﬁﬁjﬁgfl\' Usable length (mm) =\

Tool Tip Tip Flute Overall | Shank |  Max chgﬂrﬁ?eﬁng ?tccmrugfriré?egr retal price

dia. dia. length length Length Dia. depth length p
DN2HC0300-ATH @ | 3 | 0.7 | 1.3 9 45 3 | 1.2 | 1.4 |075@z 3%@| 8,000
DN2HCO0400-ATH | @ | 4 | 095 | 1.7 | 12 50 4 | 16 | 1.5 |1 Bz 4KE 9100
DN2HCO0600-ATH | @ | 6 | 1.4 26 | 15 66 6 | 2.4 | 2.2 |15®8X 6KE 11500
DN2HCO0800-ATH | @ | 8 | 1.9 34 | 20 74 8 | 32 | 3.0 |2 18 8k#&| 133800
DN2HC1000-ATH | @ | 10 | 2.4 43 | 24 84 | 10 | 441 | 3.7 |25 BA10KE| 16,700
DN2HC1200-ATH | @ | 12 | 2.9 51 | 28 95 | 12 | 49 | 45 |3 BA12KE| 19200
DN2HC1600-ATH | @ | 16 | 3.9 68 | 35 | 113 | 16 | 6.6 | 6.0 |4  BRI6HAE| 34700
OF] | IEETEERCY. @ : Stocked ltems.

o ﬁﬁﬂgi“ﬂ;ﬁﬁlﬂi Re-grinding compatibility range table
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Item Code

y v g FOHEE 501 [H]
[ElmE=n B2 (mm) i A T,
Product Name Tool dia. Shape th End
SEEMNTREEROITE ~ - — ~~
Chamf?ring Tool for Hardened Steels 3~16 v 3~16

o Iﬂ%ﬁ%g’ﬂo)%%#;f Reference sizes of tool tip
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Use it for creating machining programs and defining tool shapes in CAM as needed.
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Figure: Enlarged tip view

. SZE % Reference size (mm)
JASR BEDe | semoSung | ZRSMER
Item Code Tool dia. Tip flat Correction for
diameter Z-depth
DN2HCO0300-ATH 3 0.4 0.2
DN2HCO0400-ATH 4 0.6 0.3
DN2HCO0600-ATH 6 0.8 0.4
DN2HCO0800-ATH 8 1.2 0.6
DN2HC1000-ATH 10 1.4 0.7
DN2HC1200-ATH 12 1.8 0.9
DN2HC1600-ATH 16 2.4 1.2
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Field data

O SKD11#H¥ (60HRC) D EERY) I T4 sko11 (60HRC) chamfering field data

tﬂﬁu%f¢ Cutting conditions

TE 1o : DN2HC1200-ATH (¢ 12X228XL95)
#HEIFT work material © SKD 11482 (60HRC)

BEAR Machine © HERFZMC (HSK-AB3) Vertical MC

@ryyUvT

Centering

DOp8 R/ = @EED

@8 pilot hole = Chamfering

@tvyUYI=»EM8RLYID
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Centering — M8 threading 1
Cl): 1 ~— @I—FEED
orner chamtering
Allows various types of hardened steel chamfering
No Iz I Vo n f Vi ap ae TURS | J—5Uk
: Process Tool (m/min) | (min") (mm/min) | (mm) (mm)  |Hole depth (nm)| ~ Coolant
»8 TR NSBHO800-40-ATH 0.05 — - PIBB Wet
® 8 pilot hole (8%XR40XL95Xp10) 10 400 (mm/rev) 20 20 Internal, Wet
NERD tYFUVY LEEe10 | DN2HC1200-ATH 0.06 _ - S8 Air
@ Hole chamfering/centering top diameter:aﬂo (d) 1 2X228XL95) 30 800 (mm/rev) 48 4.1 External, Air
J—7EED C1 DN2HC1200-ATH 0.03 - SM8B Air
® | Gormerchamering c1 (@12x228XL95) 301 | 8000 | (mimjy | 480 ! ! Extornal, At
BINL LEfE 3mm DN2HC1200-ATH 0.03 — — SM8B Air
@ | Seting op w3 (®12x228XL95) 120 | 3200 | mmpy | 192 | 21 External, AT
M8 fLiIb EDT-1.25-16-TH 0.031 _ - 8B Air
® | o mwoacing (M8xP1.25) 85 | 1800 | Gy | 90 121 Eiemal A

O 77Z2Fv/ &AM (53HRC) DEERY+R LTIV T EH 525 iciiyirending roid date

— IR CIDADOICIFEEBD I IHHETT
RUFUNIRHCDN2HC E TRy I DRVYRZ IV ZHAT D
CET RUINZEER S B AT EFLQUYIDINIHAEET T,
Generally, a tapped hole entrance requires chamfering.

Combination of DN2HC and Epoch D Thread Mill allows deformation-free
threading.

tﬂﬁu%ﬁ: Cutting conditions

‘IZ‘JQU‘J? Centering

TE 10 : DN2HC1200-ATH (¢ 12x228XL95)

?ﬁﬁUH Work material 7519‘w7$§!?ﬁi|ﬂ (53HHC) Steel for plastic molds
B Machine - FEFZMC (HSK-FB3) vertical Mc

ve=30m/min n=800min"’ f=0.06mm/rev v=48mm/min
7—5‘/# Coolant * 7J<,§'I"£tJJﬁ|J;?§ 5’1-.‘:.‘[3.‘&8593 Water base coolant (External)
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Centering — M8 threading
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téﬁgég nbtﬂbﬂﬂl No thread deformation Allows smooth

D Thread Mill, threading thread fastening.

TiRYIDAVYRZ)VDYFER  Features of Epoch D Thread Mil

- This single tool can perform both drilling and threading simultaneously.

M2~M20 E
Size = No pilot hole -
needed
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Recommended Cutting Conditions

- Y™ " B - Rl - AR TUN—R%
t J 9 U J 7 *ﬁﬁlﬁj (ﬁiz\:) Stri§$l§sm;eel,%ai§nmsteeFA%ﬁeel Pre%harden:d steflﬂ;
. V‘fﬁ":rg:f’e‘gg)a' (~30HRC) (30~40HRC)
Centering SS SOOC SCM SKD61
‘ BIEERE ve (m/min) 50~80~120 40~60~80
HEHIAA { B ElERgy | EDOFEE | XDE | BE | EDFEE | XDE
oy Tool dia. n vf f n vf f
matera (mm) (miny | (mm/min) (mm/rev) (min”") | (mm/min) (mm/rev)
0.06 0.05
¢3 8500| 510 |004~0.08 | 6400| 320 |4 03~0.07
= 0.06 0.05
CHHED (7V) ¢4 6400| 384 |004~008| 4800| 240 10037607
C Chamfering (Bore) 6 4200| 294 | 200 ol 3200| 192 | ;998 g
8 3200| 240 |20 | 2400| 144 | ;908 oo
HHI o cramias 610 2500| 200 | o298 1y | 1900 124 | $%%0g
Work
material 008 0065
@12 2100| 168 0.05~0.11 1600 104 0.04~0.09
0.12 0.08
16 1600] 192 1940~0.14] 1290] 96 1906~0.10
w &8 - SRl - B TUIN—R4
CEHRD ( j - j-) H#HI (EL\-) Strﬁiﬁi@eel,@iﬁlﬂsteeﬁ%lloﬂeel Pre-hardened stefnleﬂl
. V\{ﬁl«rm]aei:;;al (~30HRC) (30~50HRC)
C Chamfering (Corner) SS SOOC SCM SKD61
BIEBERE ve (m/min) 150~225~300 100~165~250
BER R | EXDFEE | 10HD0 | B | XOEE | 130H8DbD
Tool dia. n v #*EDfz n vf EDR
(mm) (min) | (mm/min) (mmit) (min") | (mm/min) (mmit)
/ 3 24,000| 1,440 |5, 2% ,0/17.500 875 | 0020
CHEHED 0.03 0.025
C Chamfering ¢4 1 8,000 1 ,080 0020,\/0040 1 3,1 OO 655 001 5,\/0035
m 0.035 0.03
00 v R 6 12.000) 840 |ggps~no4s| 8800 528 |00p0~0.040
L 9.000) 675 |00 5e0| 6690 396 |08 °50a0
0.04 0.0325
@C=DCx20% DB HERDYHIEHTT, 910 7200] 576 00250055 5300] 345 00200045
- 7= .0, = > 5 0 gn?é Faral Yo Y d 5
C“_*;%t?z?’%:";@%ﬁt‘ng.&‘%ﬂﬂ“ﬂ ey A 6.000) 480 |ogp5~00s5| 4400|286 |0050~0045
+C=Dcx 20% is u_sed asa general guideline for cumng conditions. 0.06 0.04
Adjust by d h d and feed f C > Dc x 20%. . .
just by decreasing the rotation speed and feed rate i C X ®16 4,500 540 0.050~0.070 3,300 264 0,030~0.050
. " & - R - a2 TUN—RS
;EZ]I]I *ﬁﬁlﬁj(ﬁﬁa—) Str3§:glﬁsﬂteel,’)C_kaiimsteeFAlloyﬂsﬁteel Prgharden:i stzlﬁl
. o rateril (~30HRC) (80~40HRC)
Slotting SS sOOC sCM SKD61
e 100% 100%
BIELRE ve (m/min) 100~180~260 100~165~230
BE ElERy | XDEE | 1XZHDOD | EERE | XDEE | 1HZHDD
‘ Tool dia. n v EDfz n % XDz
(mm) (min") | (mm/min) (mml/t) (miny | (mm/min) (mmi/t)
. 0.03 0.025
iy & ¢3 19100| 1146 - 17500 875 26
e 4 14300| 858 0'028-0%040 13100| 655 0'08?020.50 ,
¢ 58 |0020~0.040 0015~0035
0.035 0.03
¢6 9600 672 0.095~0045 8800 528 0.020~0.040
0.0375 0.03
#8 7200| 540 e 6600 396 N
OSEEHICHVTIL. YIHIBRIDAREVcHRAEATERSZ1 BT 0.028 0%050 0%2% 3% g4o
MITEENEDBOFT . BABATERSHEESEICHRS % 10 5700| 456 |gopaooss| 5300| 345 |65
2EICHIFTII T HIFEREELLEE LN, ) 0 04' .O 032'5
+ For hardened steel, large cutting loads may prevent machining of max available 012 4800 384 0. 025’,\,0 055 4400 286 0. 02'0,\,0 045
depths in a single operation. Make adjustments: for example, machining the groove . 0 06' . 0 04'
depth i ions, referri ilable depth ratios. . .
epth in two operations, referring to max available depth ratios. 16 3600 432 0.050~0.070 3300 264 0.030~0.050

[tHISEDEEI(C DT

Q@40HRCUEDEAS. AT VUM, PZILZEEONITIE. I—S5V/hOERE#ELET,
O DIFEHIRHFERZRTHDTY . REDMITIE. MIFIR. B, ERAMMEECIDUIBISEGZRREIZE0,
OTEEEDRIFSWENDEVILYNEAL, TEDIRNIE 0.02 ML FICHIR TEE LY,

@RHIMIIER. Tchdr. IRENDHECSIENLSICLOMDERFLTLIEE L,

OUIDKTFHRUTEDFHEAICKDREIE - 5IXICTERLIEE L,




[Setting of cutting conditions]

+ Coolant is recommended for work materials of 40HRC or harder, stainless steel, and aluminium.
+ These recommended cutting conditions are for general guidelines. Adjust cutting parameters for actual machining based on machining shape, purpose, machine used, and other factors.
+ When attaching the tool, use a collet free of scratches or dirt. Keep tool runout to 0.02 mm or less.
+ Secure the work material firmly to prevent deformation, deflection, and vibration.
+ Watch for smoke and fire hazards posed by heated chips or tools.

TUN—RE AETIEH SRETEH XFVURIM % - Y051 )iE% FIV==9L - i1
Pre-hardened steel Cold working tool steel High-speed tool steel Stainless steel Cast iron, Ductile cast iron Aluminium, Copper
(40~50HRC) (50~B60HRC) (60~65HRC)
SKD61 SKD11 SKH SuUS FC FCD Al, Cu
30~40~50 20~30~40 10~20~30 40~60~100 50~100~150
EERE EDERE | ED=E EERE | EXDREE | Eb=E EERE [ EDRE | EDE EEREL [ EXDREE | EDE EERE EDZEE | EDb=
n % f n % f n % f n vi f n % f
(min'") | (mm/min) (mm/rev) (min") | (mm/min) (mm/rev) (min") | (mm/min) (mm/rev) (min”") | (mm/min) (mm/rev) (min"") | (mm/min) (mm/rev)
0.04 0.04 0.04 0.06 0.06
4200 | 168 | gopp0e| 3200 | 128 |09 p.06| 2100 | 84 go02~0.06| B400| 384 |poa~n.0s| 11000 660 | goa~008
0.04 0.04 0.04 0.06 0.06
3200 | 128 | g5 lgop| 2400 | 96 |gpop0e| 1600 | 64 |gp2<0.06| 4800 | 288 |gga~qgos| 8000 | 480 404008
0.06 0.06 0.06 0.07 0.07
2100 | 126 | goa~0.08| 1690 | 96 |go04~0.08| 1100 | 66 |gopa~pog| 3200 | 224 |go50.09| 5890 371 |0.05~0.09
0.06 0.06 0.06 0.075 0.075
1600 | 96 |gpa~0.08| 1200 72 |goa~p0s| 899| 48 |gopa~0.08| 2400 | 180 |9o5<g.10| 4000| 300 |505~0.10
0.06 0.06 0.06 0.08 0.08
1300 | 78 |poa~0.08| 90| 58 |poa~oos| 649 | 38 |g04~0.08| 1900 | 152 g5 p.q1| 3200 256 |g05-0.11
0.06 0.06 0.06 0.08 0.08
1100 66 |gpa~0.08| 800 48 |poa~po0s| 939| 32 |gosa~0.08| 1600 | 128 |go5~p.q1| 2790| 216 1505~0.11
0.08 0.08 0.08 012 012
800 | 64 |gog~p.10| 690| 48 |goe~0.10| 400 32 |gog~p0.10| 1200 144 |gq10~0.14] 2000 240 |g 40014
BT EE ERETEN 27 VLRS % - Y1 L% FIE=L - 8
ngévorkg\%ﬁ%ggel }}i%hc-)spe%déﬁhsg)sl Stainless steel Cast iron, Ductile cast iron Aluminium, Copper
SKD11 SKH sus FC FCD Al, Cu
50~110~180 40~75~120 50~90~160 100~180~260 200~300~400
EISEH | SE0REE U?D'b@ EEE | o 192%'00) EEEH | XD 1335%00) EEE | D 17192%'00) EEE | XD 13;%'00)
n vf 3 z n v X fz n vf X fz n vf X z n vf 3 z
(min") | (mm/min) (mmit) (min) | (mm/min) (Lmrn/t) (min”') | (mm/min) (%nm/t) (min") | (mm/min) (mmit) (min') | (mm/min) (me/t)
0.02 0.02 0.02 0.03 0.03
12,000 480 |g01g~0030| 8000| 320 |go10~0030| 26990 | 384 |go10~0030[ 19100 | 1146 |5000~0040[ 32000 | 1.920 |5020~0040
0.02 0.02 0.02 0.03 0.03
8800 352 |gnig~ozo| 6000 240 |np10~go30] 7200 288 |no10~0030|14390 | 898 |goppio40|24-000) 1440 |60500~0040
0.03 0.03 0.03 0.035 0.035
5800 348 |gopp~god0| 4000 240 |nopp~goa0| 4800 288 |goppogodo| 9600|672 |gopEnoas| 16:000] 1120 |5058 0045
0.03 0.03 0.03 0.0375 0.0375
4400 264 |g0p0~0040| 3000 180 |g0p0~p040| 3690 216 |oop0~pod0| 7200 540 |ogpE~p0s0| 12000 900 145550050
0.03 0.03 0.03 0.04 0.04
3500 210 |gopp~g0d0| 2400 144 Inop0~poa0| 2990 174 Jgopo~00d0| 2790|456 |nopE~noss| 9690 768 |n0p5~0085
0.03 0.03 0.03 0.04 0.04
2900 174 |goppgod0| 2000 120 |goppgoao| 2400 144 goop-godo| 4800 | 384 |gpppnoss| 8:000] 640 5005 0085
0.04 0.04 0.04 0.06 0.06
2200 176 |go3p~00s0] 1900 120 |oo3p~pos0| 1-890| 144 |go30~00s0| 3600 | 432 |gos0~0070] 6:000] 720 |5050~0070
FUN—RV3E AT EME SERETEM 27VURE [$%I05VER FILSTUA
Pre-hardened steel Cold working tool steel High-speed tool steel Stainless steel Cast iron £[]
(40~50HRC) (50~B60HRC) (B0~B5HRC) Ductile cast iron Aluminium, Copper
SKD61 SKD11 SKH SuUS FC FCD Al, Cu
90% 70% 50% 100%
100~150~200 50~115~150 30~75~120 100~180~260
EEE | ED5EE wge%m EEE | o 1319;0'003 EEEH | XD 13192%003 EEE | XD 131%’00)
n v 3 z n vi bt fz n vf X fz n v 3 z
(min") (mm/min) 1(r_nm/t) (min'") (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) 1(r_\'\m/t)
0.02 0.02 0.02 0.03
16000 | 640 |gpqg~posp| 12000 | 480 5010~g030] 8900 | 320 |nn1p~0030 19100 | 1146 |g000~0040
0.02 0.02 0.02 0.03
12000 | 480 |gnqp~po30| 9200 368 |np10~go30| 6900 240 Ing1p~0030| 14300 | 858 |g000~0040
0.03 0.03 0.03 0.035
8000 | 480 |gppp~po40| 6190 366 |oopp~0o40| 4000 | 240 Igoppgoao| 9600 672 0036 0045
0.03 0.03 0.03 0.0375
6000 | 360 |ggopp~po40| 4690 | 276 |oopp~0040] 3000 | 180 Igopppoao| 7200 540 g0p5<0.050
0.03 0.03 0.03 0.04
4800 | 288 |gopppodn| 3700|222 oopp~poso| 2400 144 |ggpppos0| 5700|456 100050055
0.03 0.03 0.03 0.04
4000 | 240 |gopp~po0| 3190|186 |nopp~0040| 2000 120 Igopppoao| 4800 384 o005 0055
0.04 0.04 0.04 0.06
3000 | 240 Joogp~pos0| 2300 184 ngzp~oos0| 1999 | 120 ogzo~p0s0| 3690|432 0050~0.070



MOLDINO

The Edge To Innovation
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[Epoch] TMOLDINO] [FHAICSIF =AY —ILHAEHDEREEREC I,

The diagrams and table data are examples of test results, and are not g

uaranteed values.

"Epoch" and “MOLDINO” are registered trademarks of Mitsubishi Hitachi Tool Engineering, Ltd. in Japan.
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Attentions on Safety
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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

Eﬁfb’c R& LORES - FHOS - 2O BUELLS A

&Y, thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.

=ZHIY-)ILFAStT
Mitsubishi Hitachi Tool Engineering, Ltd.

At T130-0026 RF#P=HX@EEE-31-11 (E2—YUvIMEEEILERE)
2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: @ +81-3-6890-5103 FAX +81-3-6890-5128

IR—LNR—Y
http://www.mmc-hitachitool.co,jp

JU—454 ‘\"Jbﬁ*ﬂ%ﬁ
&550120-134159
TEREF—Y~N—X [TOOL SEARCH]

EXEPED

RAEZREM
RICEZm
R e
REREXMN
REFEZXM
JLRERESRMR
)| S%m

I-0Ovl\

=
T AU
besinge
I590

B03-6890-56102

B03-6890-56110
B022-208-5100

B0268-21-3700
B0276-569-6001
B 046-400-9429

FAX03-6890-5134

FAX03-6890-5133
FAX022-208-5102
FAX0258-87-1158
FAX0294-88-9432
FAX0268-21-3711
FAX0276-59-6005
FAX046-400-9435

Ve
el
LEEERA
ABREERT
TR
cIT = ST
FUNERERT
e

2 03-6890-56103

B 064-273-0360
& 052-687-9150
2 06-7668-0190
2 0852-40-0300
B 082-536-2001
& 092-289-7010
& 093-434-2640

MMC Hitachi Tool Engineering Europe GmbH _ltterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820,
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MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 483751320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
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
MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista - CEP 01333-010 Séo Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677
MMC Hardmetal (Thailand) Co.,Ltd. HT-Division CTI Tower 24 Floor, 191/32 Ratchadapisek Road, Klongtoey, Klongtoey, Bangkok 10110, Thailand TEL:+66-(0)2-661-8170 FAX:+66-(0)
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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
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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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