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Series expansion, small diameter type for Blade-Chipper TDM / MTD type.
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1.Has extensive lineup of small diameter type for machining small to medium-sized turbine blade.
2.Insert are arranged in an irregular pitch (except for 3 tooth type). Prevents chattering & vibration.
3.Available now medium or heavy type inserts.

4.Adoptied new PVD coated grade “JC7560P” improved heat-fracture resistance & impact strength.
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Specification of TDM / MTD type Insert shape of TDM / MTD small diameter type
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Irregular pitch prevents chattering &
vibration (except for 3 tooth type).
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Wrench Clamp screw Recommended torque

A-10 DSW-307H 1.8 ¢Dc -
R7 B & HE '\?]ﬁ% sf & (mm) Dimensions =8 (kg)

0.0 .

Bore Cat. No. Stock tooth | ®Dc| R Lf (¢Db| ¢d | ¢d1 a b 7/ Weight

®=z 144z TDM-5040R-10-16 | ® 5 | 40 5 40 | 37 | 16 | 135| 84 | 56 | 18 0.19

INES

Metric bore | TDM-5042R-10-16 | @ 5 | 42 5 40 | 38 | 16 |135| 84 | 56 | 18 0.20

® : A—H—FER Standard stock items
E) RKISF Y THHEARATHY FA. BIRERDILZE,
Note) All cutters are supplied without inserts.
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e & EE| I HSF v 7 Clamp screw| Wrench
Cat. No. Stock i’r\:;)ér?; o&Dcl R | 02| Os| L |¢pD1/pDs| Applicable inserts s
A
¢ e

TDM-3025-60-S25 ®| 3 |25 5 60|60 120 23 | 25 |oomT10T3MOE-MM4

RPMT10T3MOE-MH4

DSW-307H A-10
TDM-4032-70-S32 ® | 4 (32| 5 |70 |60 (130 29 | 32

® : FA—HhH—FEm Standard stock items 950 TRLKE | #ERLY (N-m)
) RKICF v TIHEHRATHY E A, BIEERHLZELY,  Note) Al cutters are supplied without inserts. g';:/"vng;: Rec""‘"“;";ed torque
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2 & TE| I wteF v Clamp screw Wrench
Cat. No. Stock| NO- o | D | R | Lf |¢Db| MD | C | W | Applicable inserts & ‘
/\
MTD-3025-10-M12| @ 3 25 | 5 | 35 | 23 M12| 11 | 19 |RPMT10T3MOE-MM4
DSW-307H A-10
MTD-4032-10-M16| @ 4 32 5 43 29 |M16| 12 | 22 |RPMT10T3MOE-MH4
® : A—H—7ESH Standard stock items 950TRCRE | #ENLY (N-m)
) ARITF Y TIAARAATHY TR A, JIRERDO LS, Note) All cutters are supplied without inserts. g';w;ge: Rec°mme1"ged‘°’que
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Please see the catalogue PRODUCT NEWS or DIJET general catalogue for applicable holders.
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Fig.1 RPMT10T3MOE-MM4 Fig.2 RPMT10T3MOE-MH4
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247 1-TH e & ¥E PVD Coated jimensions Fig
Type Corner Cat. No. Tolerance ’
@ucrseop  |¢Ds| T | D
HEI% A 7 Medum | 4 |RPMT10T3MOE-MM4| M ° 10//3.97[ 35| 1
#it% 47 Heawy | 4 |RPMT10T3MOE-MH4| M ° 10/13.97/35]| 2

o Standard stock items 17 —ZX10AY T,
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k15 |-|[E-2538 Recommended cutting conditions for TDM

10 inserts per case.
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TDM type (face ill type)

&R T E%% ¢ Dc (mm) Tool dia.
BARDYAAHE 17 Jo)
% Bl A Fu 7| UIELRE | #E Depth of cut = P $40x 5N $42X5N
Work materials #4%& |Cutiing speed| 7 L—% feed pef tooth
Grades| Vc (m/min) | Breaker ) AR . Al
Ap#E#(mm) ap (min®) [ (mm/min)|  (min-") | (mm/min)
ap range (mm)
G - 0.5 3,343 3,083
IVTY RAT VLR 1.0 2.388 2.274
MM4 : ; ,
(8US403, 410, 420, 430%) |75k 90-24.0-200 05-25 1.5 1,910 15 006 | 1.819 |4 910
_ 13Cr N MH4 20 (ve=2408%)| 4910 | (Ve=240)] 4’549
Stainless steel (Martensitic) : ) )
2.5 1,719 1,637
Fe25FA FERF VLR 0.5 2,506 2,387
—RT RAT VLA
(SUS304, 316, 317%) 180 MM4 05-25 1'0 1,432 1’792 1,364 1’47102
17Cr%k C7560P{130- -230 MH4 Ve 2 (Vc=1808%) 50 (Ve=18085)| !> 3
Stainless steel (Austenitic) 2.0 1,432 1,364
2.5 1,289 1,228

g e AR -
rf . iéég};gﬁ\i Eﬁ)ggi}z%?ﬂ\;cu a))]gﬁé MM4 T L—% : BREIZ A T 4 3+F (T L—AhA 15°) Medium type / 4 corners

£ : Overhung length, ap: Depth of cut, Vc: Cutting speed, MH4 TL—2 : TF3#AES 1T 4 3—F (T L—NF10°) Heavy type / 4 corners
N : Spindle speed, Vf: Feed speed, fz: feed per tooth
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1. EEROTEIGEE. BBRIES LTI —JRBIEICE CTREEZSL,

2. FRIFEH LR S 3xDe BDOYIHIEHTT, AROBY . RBELESIZE L TYHIEERE Ve (m/min) &% YEE V [(mm/min)
FREL LS,

B.IL—hBA TR T—IBRPOF Y TOF v EVTRBISEYBENS T TLES VW ERTL—HIEMM T L—2

4. FZA9H (T7—) ##ELFET.

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2)In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.

3) Should use breaker type properly according to the work shapes or conditions of chipping. Normally, recommend to use MM-brieaker.

4)Use air blow.

HELET,

EHLE Ve Vi
2/Dc (m/min) | (mm/min)
~3Dc  1100% | 100%

Orunder 3Dc o (V)
3Dci#E~5Dc
Over 3Dc, up to 5Dc 70% | 70%
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¥ 45 )-[E-JL 38 Recommended cutting conditions TDM and MTD

Q@ v OB A4TIS5A4ARX,/TDM A TDM type (End mill type)

£asEn|  ITEE ¢ Dc (mm) Tool dia.

BAEROUAHE 174Y 0
)+ Fu | UHLEE | #E Depth of cut ®YE 253N 32 x4N
Work materials #¥& |Cutiing speed| 7 L—5 feed per tooth

Grades| Vc (m/min) | Breaker ap#EE(mm) ap ‘ . (mﬂﬂ) (mr},{nfqin) (m?rﬂ) (mr},ﬁin)

ap range (mm) Z(mm/t)
B LT M4 10| o2 1932 2013

(SUS403, 410, 420, 430%) _ . - 2,928 | 1, 2,288 | 4

B hc7560P|180-230-280 MH4 05-25 15| 019 |wve=2s08)| 1,669 | (ve=2z08)| 1,739
Stainless steel (Martensitic) 2.0 0.18 1,581 1,647
(SUS304, 316, 317%) MM4 _ 1.0 0.22 , 1,429 1, 1,488
17Ci% porseopli20-170-220. ) 05-25 15| 019  |ve=170m)| 1,234 | (ve=170%)| 1,285
Stainless steel (Austenitic) 2.0 0.18 1,169 1,218

O@EP 17—~y MID+TEE—# (EPaT—~y FRZ—ILEBEL v %9 7—/\) MTDand MSN type
£AsE)|  TITEE @ Dc (mm) Tool dia.

- WAROTAHE ALY D
% Bl Fu | UHLEE | #E Depth of cut *y=E $25% 3N $32x4N
Work materials #%& |[Cutiing speed| 7 L—% feed per tooth
Grades| Vc (m/min) | Breaker n. Vi n Vi
Ap&iFE(mm) ap | e mmit (miny [ (mm/min)|  (min-) [ (mm/min)
ap range (mm) (mm/t)
TLTFUHA FRAT VLR M4 05] 035 3,209 3,342
(SUS403, 410, 420, 430%) 1.0| 0.25 3.056 [2,292| 2.387 | 2,387
Phhgisins )c7560P[190-240-290 05-25 , ;
13Crk MH4 1.5 021 |(ve=2408)| 1,925 [ (ve=24085)| 2,006
Stainless steel (Martensitic) 2.0 0.20 1,834 1,910
F—RTFFA FRRATU LR 0.5 0.35 2,407 2,506
(SUS304, 316, 317%) || ~7e50pk130-180-230 MM4 05-25 1.0 025 2,292 |1,719| 1,790 [1,790
17Cr& MH4 ' ’ 1.5 0.21 (Ve=1808)| 1,444 | (Ve=1808%)| 1,504
Stainless steel (Austenitic) 20|l 020 1,375 1,432
. w A% TR wz AT
I’llz : géé;ﬁéﬁvé: gi)gr;j‘?z’*?}]\;cb} giﬁg MM4 T L—% : BREIZ A T 43— (T L—AA 15°) Medium type / 4 corners
0 : Overhung length, ap: Depth of cut, Vc: Cutting speed, MH4 TL—% : FE#IEE (T4 23—F (TL—hHF10°) Heavy type / 4 comers
N : Spindle speed, Vf: Feed speed, fz: feed per tooth
FERELDOIESE
1. LREDUEIEEE. BHEAIES SV — RIS CTHRECEZSL, =
2. EFRRIFRE LR E 3xDe B DYIHIZHETT . ARDBEY . R LRSITE L TYHIEE Ve (m/min) &3 Y5EE V (mm/min) EHLE Ve Vi
EREESL, 2/Dc (m/min) | (mm/min)
BITL—NEATE V= BROF Y ITOF v EVTRBICEYFENSFTLESVERXTL—AEMM I L—h ZH#HELET, ~3Dc 100% | 100%
4 PS8 (I7—) ¥HELET, Or under 3Dc ° °
NOTE 7
1) The figure to be adjusted according to the machine rigidity or work rigidity. O?elrjf?Dﬁc, upStBS%C 70% 70%

2)In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) Should use breaker type properly according to the work shapes or conditions of chipping. Normally, recommend to use MM-breaker.
4)Use air blow.
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WARNING: +*Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
«Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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