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For high-performance direct cutting and roughing of high-hardness steels
A new frontier for indexable tools.
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RH2P1008S-1 [ J 1 8 75 10 16 Fig-1
RH2P1010S-2 ([ 2 10 80 10 20 Fig-1
RH2P1010S08-2 [ ) 2 10 80 8 20 Fig-2
RH2P1012S-3 o 3 12 80 12 20 Fig-1
RH2P1012S10-3 o 3 12 80 10 20 Fig-2
RH2P1016S-4 o 4 16 90 16 25 Fig-1
RH2P1020S-5 o 5 20 105 20 25 Fig-1
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Item code Stock | ies W di(; . Lf ®D2 M ®Db L1 Lo C E
RH2P1008M-1 @ 1 8 19 6.5 9.4
RH2P1010M-2 ® 2 10 17 6.5 M6 ’ 14.5 5 7
RH2P1012M-3 ® 3 12 17 6.5 9.8 55
RH2P1016M-4 @ 4 16 22 8.5 M8 | 12.8 ' 17 8 10
RH2P1020M-5 ® 5 20 25 10.5 M10 | 17.8 19 10 15
RH2P1025M-6 ® 6 25 25 12.5 M12 | 20.8 22 17
RH2P1032M-8 ® 3 32 27 17 M16 | 28.8 6 23 12 22
O  IFEEBEMRCTI. @ : Stoked Items.
'ﬁm'{yﬂ_ l~ Insert Eﬂﬁﬁ"% Parts
HRAAFERAORBICED, AUREHEHERERREE T
/ fﬁ \ w L\TCT_C“E"E[JTCO Ciiﬁﬁ . Ciﬁﬁ’éﬁlﬁﬁb\b\fcbﬁ?ol .
kk% / T Sold separaton o avold Soading unnecessary duplicats oo, o 2o Mot
We hope you will understand our reasoning.
' T BmE 950TRG | RSAN— | RUERREHLE
- 3 : Parts Clamp screw Screw Driver Screw anti-seizure agent
%"ﬁl]:l_l\“ ToTerce JPI—B Jp-Coated ~7% size (mm) ok / &
em code Ciass |JP4005 [ JP4015| ke | 1 | T W Shape g 0
EPHWO0402TN-2 | Hik | ® | ® | 2 6215 2 4.2 oy =l S '
O IREHXEERCTYI. @ : Stoked ltems. RH2P10... 240-140| 0.5 | 104-T6 P-37




/

j_'ajny“— Technology

| RH2PR OISR ~ WEGEmE<y— MR,

=Yk ~ — \ - - A .
Features of RH2P type ;g’ggzéé’érﬁ:j&:iﬁb JTElkKY

Uses high-accuracy grinding class inserts.
Use of high-accuracy inserts improves edge tip runout accuracy.
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Special edge shape exclusively for high-hardness steels.
Negative-shape cutting edge suppresses the edge breakage peculiar to high-hardness steels.
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Insert material for high-hardness steels
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Negative edge shape

PVD Technology PVD Technology
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" HeEH TS ®8/ | 010/ | ¢12/ ] 016/ ] 020/ | 925/ [ 932/ UEE e
W | fccommended W0 | 2800 | 380 | 4E | 5D | 6R | sigm  VEEMIPRESLRT. DR -SUbERALT
material 1 flutes | 2 flutes 3 flutes 4 flutes 5 flutes 6 flutes 8 flutes (zjéommlg;ﬁfaﬁgg{g%ﬁ@gEffﬁ}gi%gg}z%pg?mI-(
ve (m/min) | 110 | 110 [ 110 " 110 | 110 | 110 | 110 Sl hRE0 R Samuonenas . ccrat
? ({nin-‘/)) 4,380 | 3,500 | 2,920 | 2,190 | 1,750 | 1,400 | 1,090 EifZgéfﬁggg&;;ﬁﬁgm} 010508-2 Rrizpi01 )2:215 g‘-’s
AN z (mmit 04 | 05 | 05 | 05 | 05 | 05 | 05 CRAOREEMR O~ DLLYDEYE (1) 250~
(45~55HRC) | JR4905 v (mm/min) | 1,750 | 3,500 | 4.380 | 4.380 | 4,370 | 4,200 | 4360 510 rmmasentn BxoRBCsSREEHL
Hardened Steels JP4015 ap (mm) 0.2 0.3 0.3 0.3 0.3 0.3 0.3 LT<reEl,
ae (mm) 45 6 7 95 12 15 19 OBV TR RBLIERBENBEE, LI EHB0
Qomymin) | 1.6 | 63 | 02 | 125 | 16.7 | 180 | 249 Geommiain shny RExsios oRsN
ve (m/min) 75 75 75 75 75 75 75 EEAL RELEATERENICLESMUMLET.
n(min)__| 2,990 | 2,390 | 1,990 | 1,490 | 1,190 | 960 | 750  racy e AKOBAABUETOTRALAICS
13 A NEH fz (mm/t) 0.3 0.4 0.4 0.4 0.4 0.4 0.4 [Note]
(55~60HRC) J P4005 vf (mm/min) 890 1 '91 0 2,380 2»380 2,380 2,300 2v400 (DUse the appropriate coolant for the work material and machining shape.
Hardened Steel ap (mm) 0.15 0.2 0.2 0.2 0.2 0.2 0.2 (@These conditions are for general guidance; in actual machining
ardene eels a6 (mm) 3 4 5 6.5 8 10 13 condhi‘tions zdjustk tr‘1e pararg?ers according to your actual
: machine and work-piece conditions.
Q (Cm3/m|n) 0.4 1.5 2.4 3.1 3.8 4.6 6.2 (3For slotting or ramping’,)feed rate should be set to 70% as general criteria.
Ve (m/min) 65 65 65 65 65 65 65 (@When using an RH2P1010S08-2 or RH2P1012S10-3 undercut type
i niming 12500 | 2070 | 1,730 | 1.290 [ 1.040 | 830 | 650 3t/ doctatvisuan o sty oo~
l +ln,,m z . B . . . . . (6)Ensure to index the insert at the correct time to ensure safety
/min) | 640 | 1,240 | 1,550 | 1,540 [ 1,560 | 1,490 | 1,560 _Ofthe tool-body.
(60~62HRC) JP4005 i (mm 2 3 3 3 ~ 2 (6)The evacuation of swarf use burns, cu d
Hardened Steels ap (mm) 0.15 0.15 0.15 0.15 0.15 0.15 0.15 ° theee?echlztaosr; Zn:u:th:acnorithS(:afetryniOSe:'siso;itt:dm:r%ir:g
ae (mm) 3 4 5 6.5 8 10 13 the machine, and necessary personal protection equipment is

Q (Cm3/min) 0.3 0.7 1.2 15 1.9 22 3.0 worn by the machine operator.

(7Due to fire risks do not use neat cutting oil as a coolant.
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T E%& Tool diameter ¢ mm 8 | 10 | ¢12 | 16 | ¢20 | ¢25 | ¢32
%j{ﬂ:ﬁﬁ#% Max. ramp angle ° 0.5° L\,{—F (§=ij( 1.0° ) Less than 0.5 ° (max. 1.0 °)
AU F)UIUE  Helical Milling / Hole Dia.(mm) 1016 [ 1319 | 1723 [ 25-31 | 3339 | 4349 [ 57-63
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Pocket cutting example [SKD11, (59HRC)]
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TEFER A conventional tool A : T AT 2 Radiustool (¢912-R3.5, 2 1A 2 fiutes) g 04— = ?E?EE:IA @ 12-2NT Conventonal ool A 0 122NT
ﬁE;El:'lzﬁ B conventional tool B E:JTZI,—% Radius tool (¢] 2-R3.5, 2 *5[3‘.7 2flutes) g e GERE B @ 12-2NT conenional ol 8 9122NT
ve=70m/min £=0.4mm/t apX ae=0.15 X Bmm RS oy cuting : “ T
ks vi=2,229mm/mi
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Multi-flute design enables improved performance over % f performance
= 0

conventional radius tools.
Cutting force reduced by 30%.
High-hardness steel types enable greatly increased tool life.
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N & size (mm) - . . . ~IE size (mm) ==__e
94| 44 ASC10-6.5-74-24 175 ASC25-12.5-145-65
(#8) %1104 | 54 93| 10 ASC10-6.5-84-34 295 | 95 ASC25-12.5-265-65
10 134 | 69 ' ASC10-6.5-114-49 625 345 23 | 25 ASC25-12.5-315-65
134 | 44 ASC10-6.5-114-24 245 | 145 ASC25-12.5-215-115
94| 44 ASC12-6.5-74-24 295 | 175 ASC25-12.5-265-145
012 114 | 64 1 12 ASC12-6.5-94-44 345 | 225 ASC25-12.5-315-195
149 | 84 ASC12-6.5-129-64 190 ASC32-17-160-80
149 | 44 ASC12-6.5-129-24 290 ASC32-17-260-80
120 | 55 ASC16-8.5-95-30 340 110 ASC32-17-310-80
145| 80 ASC16-8.5-120-55 632 390 28 | 32 ASC32-17-360-80
¢16 |165|100 [14.5| 16 | ASC16-8.5-140-75 240 | 140 ASC32-17-210-110
185|120 ASC16-8.5-160-95 290 | 170 ASC32-17-260-140
185| 55 ASC16-8.5-160-30 340 | 220 ASC32-17-310-190
150 ASC20-10.5-120-50Z 390 | 270 ASC32-17-360-240
250 | 80 ASC20-10.5-220-50Z  [x=] ggﬁﬁg;u;g;yw\b méi%ﬂ});ﬁ;gtﬁmg%ﬁéq: S
@%1TlEAHy PRS2 2T VRVl SRR )= | BHIECET,
@20 300 18.5| 20 ASC20-10.5-270-50Z [Note] @Commergial n:illing chucll; or shrink-fit holders can be used. .
igg ::Eg zzgzg_:]l g.g_lzg_?giz ‘\'Z)Egcl;u%; ,astlpﬁsstr;;}:itter diameter is smaller than the shank diameter, interference
300 | 180 ASC20-10.5-270-150Z
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#*For details, refer to the full-line catalog.
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Attentions on Safety

1. Cautions 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. BT TER . . .
- _ . o epmem e . . e 2. Cautions regarding mounting
& )L,‘jiﬁﬁ L“ir“:)f‘ T Oy T TRRRIT o TOLLE 7/ SEN OB bR (1) When preparing for use, be sure that the inserts are firmly mounted in place and that they are
fa_«f“_h D.»«,«\ g 2oy wp - firmly mounted on the arbor, etc.
(2)szqut._\§,% GRBEN RELISGE . BEICRIBER LU T ZORBORRERVT (2) If abnormal chattering occurs during use, stop the machine immediately and remove the
280N,
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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) 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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