AMITSUBISHI MATERIALS

SCREW-IN TOOLS

Easy to use screw-in heads
for mould and die machining.

M Interchangeable heads from all main types of
Mitsubishi Materials milling tools.

l Standard series includes steel, straight shank and
high rigidity carbide types.

B BT and HSK shank arbors available in
ultra compact size.



SCREW-IN TOOLS

Bl Features

Screw-in tools can be used for a wide variety of machining applications.

Screw-in Head

Product Name

Application

Features

Screw-in Arbor

APX3000/4000

@ Shoulder Milling
@ Copy Milling
@ Face Milling

@ 11°, 15° positive, low
cutting force insert.

@ High accuracy, high
quality vertical wall.

@ With through coolant
holes.

@ Pocket Milling
@ Face Milling

@ High rigidity double clamp
structure.

@ Suitable for high feed cutting.

@ 13°, 15° positive insert.

@ Special insert design with
3 cutting edges.

@ With through coolant
holes.

@ Pocket Milling
@ Copy Milling
@ Drilling

@ Shoulder Milling
@ Face Milling

@ The centre bottom cutting
edge enables drilling without
previously formed hole.

@ High rigidity body design.

@ With through coolant
holes.

@ Straight Shank Arbor

Steel shank type : General machining

Carbide shank type : High rigidity applications

@ Curved Face Milling
@ Copy Milling
@ Contour Milling

S

ARX

@ Suitable for roughing to
semi-finishing of small
and medium moulds.

@ Low resistance chipbreaker.

@ High rigidity body design.

@ With through coolant
holes.

@ Slot Milling

@ Corer Radius Milling
@ Copy Milling

@ Face Milling

@ 15° positive, high tolerance
M-class insert.

@ Effective for various
machining applications.

@ With through coolant
holes.

@®BT30/40 Shank Arbor

Integral tool for a
shorter overhang!

@ Shoulder Milling
@ Face Milling

@ Precise but inexpensive
moulded type 20° positive
inserts.

@ Economical 4 cutting edge
inserts.

@ Curved cutting edge and
high rigidity holder.

@ With through coolant
holes.

@ HSK63A Shank Arbor

Effective when used on high speed,
low rigidity machining centres!




B Cutting Performance

@Possible to machine with overhangs of up to 6xD (standard type: 2xD)

<Screw-in Tool> <Standard Arbor>
Carbide Arbor : SC32M16S280LW Arbor : BT50 milling chuck
Screw-in Head: AJX12R322AM1645 Holder: AJX12R322SA32S

<Cutting Conditions>
Workpiece  : JIS SCM440

Insert : JDMW12420ZDSR-FT (VP15TF)
Cutting speed: 150m/min
Feed rate : 4,000mm/min

Feed per tooth: 1.33—2.4mm/tooth
Depth of cut : 2.0mm (Axial)

32mm (Radial)
Dry cutting

* The overhang length differs depending
the tool and cutting conditions.

BT Shank Arbor

@ Compact size enables high quality machining!

<Screw-in Tool> <Standard Arbor>
BT Arbor : SC20M10S10-BT30 Arbor : BT30 milling chuck
Screw-in Head: APX3000R203M10A30 Holder: APX3000R203SA20SA
A
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<Cutting Conditions>
Workpiece  :JIS S55C Feed rate : 764mm/min Depth of cut: 6.0mm (Axial)
Insert : AOMT123608PEER-M (VP15TF) Feed per tooth : 0.1mm/tooth 10.0mm (Radial)
Cutting speed : 160m/min Dry cutting
@A wide application range
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<Cutting Conditions>
2.0 2.0 Workpiece  : JIS S55C
Cutting speed : 160m/min
application area application area . T
0 0 Dry cutting
0.25D1 0.5D1 0.75D1 1D1 0.25D1 0.5D1 0.75D1 1D1 D1: Cutting edge diameter

Width of cut Width of cut




SCREW-IN TOOLS
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10(Max. Depth of Cut)_| A
L2 L11 H1
L1 SECTION A-A
Right hand tool only.
Bl Nl & g -g Dimensions (mm) é, \\\,& > i@_%l
MNEEE 2 la Anti-seizure
R|§|5| D1 | D4 | D5 | L1 | L2 L1 | H | M s ;g‘vs Wrench |\ jbricant Insert

APX3000R162M08A30 |(®|O|2]| 16 85| 13 | 48 | 30 6 10 |M8 |0.1[TPS25 | TIPO7F | MK1KS
182M08A30 (@ (O(2| 18 85| 13 | 48 | 30 6 10 |M8 |0.1|TPS25 | TIPO7F | MK1KS
203M10A30 |(®|O|3| 20 [10.5] 18 | 49 | 30 6 14 |M10]0.1|[TPS25 | TIPO7F | MK1KS
223M10A30 |(®@|O|3| 22 (10.5] 18 | 49 | 30 6 14 | M10|0.1 [TPS25 | TIPO7F | MK1KS

254M12A35 |@|O|4| 25 |(125| 21 | 57 | 35 6 19 | M12(0.2 [TPS25-1| TIPO7F | MK1KS | AOMT1236

284M12A35 |@|0|4| 28 |125| 21 | 57 | 35 | 6 | 19 |M12|0.2 |[TPS25-1| TIPOTF | MK1Ks |- PEER-
304M16A40 |(®@|O|4| 30 |17 29 | 63 | 40 6 24 |M16 0.3 [TPS25-1| TIPO7F | MK1KS
325M16A40 (@ |O|5| 32 |17 29 | 63 | 40 6 24 | M16 | 0.3 [TPS25-1| TIPO7F | MK1KS
355M16A40 |(®@|O|5| 35 |17 29 | 63 | 40 6 24 | M16 (0.3 |TPS25-1| TIPO7F | MK1KS
406M16A40 (@ |(O(6| 40 |17 29 | 63 | 40 6 24 | M16 | 0.3 [TPS25-1| TIPO7F | MK1KS

Note) For the recommended cutting conditions, refer to pages C086 - C089 in C003J general catalogue or B055G Tools News.

APX4000
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15(Max. Depth of Cut) A
L2 L11 H1
L1 SECTION A-A

Right hand tool only.

HEE mons RE
Order Number ‘% % ;3: Dimensions (mm) § &\\\\\/’, % j
R|8|E D | D | D5 | 1 | Lz | Lot | bin | m | =2 | C2mD |wrench [Fsemie| |ncon
O|= Screw Lubricant
APX4000R252M12A35 |@|o|2| 25 |125|235] 57 | 35 | 6 | 19 |m12|0.2| TPs4 |TIP15w | MK1KS
282M12A35 |@|0|2| 28 |125(235| 57 | 35 | 6 | 19 |M12|0.2| TPS4 |TIP15W | MK1KS
322M16A40 |@|O|2| 32 |17 [285| 63 | 40 | 6 | 24 |M16|0.3| TPS4 |TIP15W | MK1KS
323M16A40 |®|0|3| 32 |17 |285| 63 | 40 | 6 | 24 |M16|0.3| TPS4 |TIP15W | MKIKS | AOMT1848
352M16A40 |®|0|2| 35 [17 |285| 63 | 40 | 6 | 24 |M16|0.3| TPS4 |TIP15W | MK1Ks |- PEER-
353M16A40 |®|0|3| 35 |17 |285| 63 | 40 | 6 | 24 |M16|0.3| TPS4 |TIP15W | MK1KS
403M16A40 |®|O|3| 40 [17 |285| 63 | 40 | 6 | 24 |M16|0.3| TPS43 | TIP15W | MK1KS
404M16A40 |@|O|4| 40 [17 |285| 63 | 40 | 6 | 24 |M16|0.3| TPS43 | TIP15W | MK1KS

Note) For the recommended cutting conditions, refer to pages C090 - C093 in C003J general catalogue or BO55G Tools News.

@ : Inventory maintained.



Fig. 1 Fig. 2
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ap (Max. Depth of Cut)_| SECTION A-A
L11
H1
Right hand tool only.
o % £ . = /
Order Number g % % Dimensions (mm) % _Qé’ &&@\% &“\&. § /
R § § D1 (D4 |D5|D6|L1 |L2|L11| H1| M |ap | A2 =" gl;gw CBJ'[iadnsg Claggrgxdge Spring| Wrench | Insert
AJX06R162AMO0830 |® | O |2 |16 | 85/ 13| 8.9/ 48 [30| 6 | 10 M8 |1.0/03]|04|1[TS25 | — - — | OTKYO08F
172AM0830 |® | O 2 17 | 85/ 13 | 9.9/ 48 | 30 | 6 |10 M8 |1.0|03[0.1|1[TS25 | — - — | OTKYO08F TJ%"ZZ%%
203AM1030 @ | O| 3 |20 [10.5 18 [12.9) 49 | 30 | 6 | 14 [M10/1.0|03]0.1|3]|TS25 | - - — | @TKYOSF | -
223AM1030 @ | O| 3 |22 [10.5 18 [14.9) 49 | 30 | 6 | 14 [M10[1.0|0.3]|0.1|3|TS25 | — - — | OTKYO08F
AJX08R202AM1030 | ® | O | 2 | 20 [10.5| 18 [11.4| 49 | 30 | 6 | 14 |M10|1.5|05]0.4|2[TS33 | — - — | @TKY08D
222AM1030 (@ | O [ 2 | 22 [10.5 18 |13.4/ 49 | 30 | 6 | 14 [M10/15(0.5]0.1|2|TS33 | — - — | @TKY08D JS%/'ZZ%BF?
253AM1235 | @ | O| 3 | 25 [12.5/ 21 |16.4] 57 | 35| 6 | 19 [M12/1.5|05]0.1|1]|TS33 | — - — |@TKY08D| -
283AM1235 | @ | O| 3 [ 28 [12.5/ 21 |19.4 57 | 35| 6 | 19 [M12/1.5|05]0.1|1]|TS33 | - - — | @TKY08D
AJX09R252AM1235 | @ [ O | 2| 25 125 21 |14.9/ 57 | 35 | 6 | 19 |[M12|2.0 [1.0[0.2|2 | TS351 | AMS3 | AJS3010T10| ASS2 | @TKY10D
282AM1235 [@ | O| 2 [ 28 [12.5/ 21 [17.9| 57 | 35 | 6 | 19 [M12/2.0{1.0]0.2]| 2| TS351 | AMS3 | AJS3010T10| ASS2 | @TKY10D
303AM1645 @ |O| 3|30 [17 |29(20.0/ 68 | 45| 6 | 24 |M16]2.0[1.0]0.2] 1| TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D éggﬂZD(gg
323AM1645 (@ | O 3|32 [17 | 29 21,9/ 68 [ 45 | 6 | 24 |M16/2.0 1.0 0.2 [ 1 [ TS351 | AMS3 |AJS3010T10| ASS2 |@TKY10D| -
353AM1645 @ | O| 3|35 [17 | 29 |24.9/ 68 | 45 | 6 | 24 |M16/ 2.0 |1.0]0.2 | 1 | TS351 | AMS3 |AJS3010T10| ASS2 | @TKY10D
404AM1645 @ | O| 4 [ 40 [17 |29 (29.9) 68 | 45 | 6 |24 [M16/2.0(1.0]0.2]| 1| TS351 | AMS3 | AJS3010T10| ASS2 | @TKY10D
AJX12R302AM1645 | @ [O| 2|30 17 | 29 |18.3/ 68 | 45 | 6 | 24 [M16|2.0 [ 1.5[0.3 |2 | TS407 | AMS4 |AJS4012T15| ASS2 | @TKY15D o
322AM1645 [ @ |O| 2 [32 [17 |29 (20.3| 68 | 45 | 6 |24 [M16/2.0|1.5]0.3]|2|TS43 | AMS4 | AJS4012T15| ASS2 | @TKY15D | 120420
352AM1645 | @ [O| 2|35 [17 |29 (23368 |45 | 6 | 24 M16/20 | 1.5(0.3|2[TS43 | Amsa |AJs4012T15| ASS2 |@TKY15D | DR
403AM1645 | @ |O| 3 40 [17 | 20 283 68 | 45| 6 | 24 IM162.0 | 1.5]0.3|2 [543 | Amsa |AJsd012T15| ASs2 | @TKY18D|

Note) For the recommended cutting conditions,

refer to pages C118 - C121 in C003J general catalogue or B028G Tools News.




SCREW-IN TOOLS
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SECTIONA-A
Right hand tool only.
x| - ®,0 J—
Order Number é E Dimensions (mm) z §§ / @!
R § Di | Da | Ds | Lt | L2 |L11| H1 | M A3 ap*2 = Clamp Screw| Wrench Insert
AQXR162M08A30 |®|(O| 16 | 85(14.7| 48 | 30 | 6 | 10 (M8 | 45| 7.4|0.1| TS2A DTKY06F QO TOB30R
172M08A30 |(®| O 17 | 85(145 48 | 30 | 6 | 10 (M8 | 45| 7.4({0.1| TS2A DTKY06F
202M10A30 |®|O| 20 |10.5|/18.6| 49 | 30 | 6 | 14 |M10| 6 9.210.2| TS25 DTKYO8F QO T1035R-"
212M10A30 |®[(O| 21 (105|185 49 | 30 | 6 | 14 [M10| 6 9.2|10.2| TS25 DTKY08F
252M12A35 |@|O| 25 (125|235 57 | 35| 6 | 19 |[M12| 7.5/11.5/0.2| TS33 @TKY08D QO T1342R-
262M12A35 |®|O| 26 (125|235 57 | 35 | 6 | 19 [M12| 7.5/11.5|/0.2| TS33 @TKYO08D
322M16A40 |®(O| 32 (17 (28,563 | 40 | 6 | 24 |M16| 9.5/14.5|/0.3| TS407 |QTKY15D L
332M16A40 |®|0| 33 |17 |285/ 63 | 40 | 6 | 24 |M16| 95|145|0.3| Tsa07 |@Tkyisp| GO TR
352M16A40 |(@®@|O| 35 (17 |285| 63 | 40 | 6 | 24 |[M16|11 |16 [0.3| TS407 |@TKY15D| QO T1856R-:
402M16A45 |®|O| 40 (17 (28568 | 45| 6 | 24 |(M16(12 |18 [0.3| TS55 @TKY25D | QO T2062R-:

*1 A3: Max depth of cut to maintain the full two bottom insert contact with workpiece.
*2 ap : Maximum overall depth of cut.
Note) For the recommended cutting conditions, refer to pages C111 - C117 in C003J general catalogue or B021G Tools News.

@ : Inventory maintained.



@ Standard Type oLy M
_ K |/
. -
ap (Max. Depth of Cut) ‘ A
L2 L11 H1
L1 SECTION A-A
@ Long Cutting Edge Type ‘A M
) 7/
3 SN gl 8
W . i
A
R |.2p (Max. Depth of Cut) Lal
L2 L11 H1
L1 SECTION A-A

Right hand tool only.

212 — D7D 43 —
© g% Dimensions (mm) 2 §> § /Q%ﬁ @B
S Order Number | | & 2
= ° < &ner Peripheral Inner | Outer |Peripheral
R|Q|R |D1|D4| Ds|L1|L2|L11/H1| M |ap Wrench
O Clamp Screw Insert
» | SRM2160AMO08S30 (@ |O| 8 | 16| 85146/48|30| 6 |10 M8 |12[0.1(TS25H| — | OTKY08D |SREIE | SRWGEmM| —
s 2200AM10S35 |@|O[10 |20 [10.51186]54 | 35| 6 |14 |M10[14 [0.1{TS32 | — | @TKvosD |3RE20Z, ISREZE | —
E 2250AM12S40 | @ | O [12.5) 25 12,5235/ 62| 40| 6 |19 |M12/19 {0.2|TS43 | TS25| Q@TKY15T |§REZC ISREZE | —
SRG30C | SRG30E
(z;g 2300AM16S45 (@ | O |15 |30 |17 [28.3(68 | 45| 6 |24 |M16/24 [0.2[TS55 | — | STKYIET |SREAG M| SRvsEm| —
2320AM16S45 |@ | O |16 |32 /17 [300/68|45| 6 |24 \M16/28 [0.2|TS55 | Ts43| ZTRYZST |3RC | SRveeey| —
& | SRM2200AM10L45 (@ O [10 |20 [10.5/18.6|64|45| 6 |14 |M10/30 |0.2|TS32 | TS25| @TKY08D |3RE2R | SREAE v Hoak 'S
& SRG25C | SRG
o 2250AM12L55 | @ | O |12525 125235/ 77| 55| 6 |19 [M12[37 |0.3[T543 | TS25| STRYIST |0 1| Shvaeen ok 185
£ 2300AM16L60 |@|O |15 |30 17 [283/83|60| 6 |24 |M1644 [0.3|TS55 | Ts43| ZTRYZET |SREIC | SREI0E ) Aar1o0t
g SRG32C | SRG32E
5 2320AM16L60 |@| O |16 |32[17 |200/83|60| 6 |24 [M16|44 |0.3[T555 | Ts43| STRYZET | Ruascu| Shvese momk oo

Note) For the recommended cutting conditions, refer to pages C138 - C141 in C003J general catalogue or B020G Tools News.




SCREW-IN TOOLS

A M
NS / %
3 e e :
A 2o i = v /
. A
L2 L1 H1
L1 SECTION A-A
Right hand tool only.
5|32| 8 % 2
S % % % Dimensions (mm) z §& /® Z
R §§ R D1 | De | Ds| Lt | Lz |Lon| br | m|= Slamp | wrench Insert
ARX25R163M08A30 ®|O0|3(25|16 | 85/14.7| 48 | 30 | 6 | 10 (M8 [0.1| TPS20 |TIPO6F | RDMW0517MOE
173M08A30 ®|O0|3(25|17 | 85/145| 48 | 30 | 6 | 10 (M8 [0.1| TPS20 |TIPO6F | RDMWO0517MOE
204M10A30 ®(O|4[25| 20 |[10.5|18.6| 49 | 30 | 6 | 14 |M10(0.2| TPS20 |TIPO6F | RDMWO0517MOE
224M10A30 ®|O0|4(25| 22 |{105/185| 49 | 30 | 6 | 14 |M10|0.2| TPS20 |TIPO6F | RDMWO0517MOE
255M12A35 ®(O|5(25| 25 (125|236 57 | 35 | 6 | 19 |[M12({0.2| TPS20 |TIPO6F | RDMWO0517MOE
ARX30R163M08A30 ®|O(3(30| 16 | 85/146) 48 | 30 | 6 | 10 |M8 |0.1| TPS22 |TIPO7FS| RDMW0620MOE
173M08A30 ®(O|3(3.0|17 | 85|145| 48 | 30 | 6 10 (M8 |0.1| TPS22 |TIPO7FS| RDMWO0620MOE
203M10A30 ®|O(3[3.0| 20 |10.5/185| 49 | 30 | 6 | 14 |M10]|0.2| TPS22 |TIPO7FS| RDMWO0620MOE
224M10A30 ®|O(4(30] 22 |10.5/185| 49 | 30 | 6 | 14 |M10]|0.2| TPS22 |TIPO7FS| RDMWO0620MOE
254M12A35 ®|O(4(3.0| 25 ({125|234| 57 | 35| 6 19 [M12]0.2| TPS22 |TIPO7FS| RDMWO0620MOE

Note) For the recommended cutting conditions, refer to pages C130 - C133 in C003J general catalogue or BO66G Tools News.

@ : Inventory maintained.



AS X400

10 (Max. Depth of Cut)

SECTION A-A

Right hand tool only.

e N 5
ST | Dimensions (mm) = %
Order Number ZA R @
o2 ©
R|S|5|p1|Da|Ds|L1| L2 |L11|H1 | M [= Yirench Virench Insert
ASX400R322AM1640 (@ |O 3217|2963 40| 6 |24 |M16/0.3] — TPS35 |WCS50350TH | TIP15T | HKY35R @SPOEEEIZT308
@WOEW12T308
403AM1645 (@ |O|3 (40|17 |29|68|45| 6 |24 |M16/0.3|STASXN | TPS35 |WCS503507H | TIP15T | HKY35R PEE/TR-8C

Note) For the recommended cutting conditions, refer to pages C078 - C081 in C003J general catalogue or B023G Tools News.




SCREW-IN TOOLS

[l Steel Shank Type

oD5

oD9
-

ﬁ%
: T
oD4

R
]
L1 H1
o
(=} °
g 3|Z Dimensions (mm) =
S Order Number ole 17
8| s D4 Ds L1 L2 Hi1 M =
SC16M08S100S @O 8.5 16 14.5 100 10 10 M8 0.1
08S200L ®(O 8.5 16 14.5 200 10 10 M8 0.3
x SC20M10S120S ®(O 10.5 20 18.5 120 10 14 M10 0.3
% 10S220L ®(O 10.5 20 18.5 220 10 14 M10 0.5
g SC25M128125S ®(O 12.5 25 23.5 125 10 19 M12 0.4
2 125245L ®(O 12.5 25 23.5 245 10 19 M12 0.8
SC32M16S140S ®(O 17 32 28.5 140 15 24 M16 0.8
16S280L ®|O 17 32 28.5 280 15 24 M16 1.6
M Carbide Shank Type
M
g SI g
Q| 9, Q
‘ L1 H1
Qo
] )
ol == Dimensions (mm) =3
> Order Number = 17
(7] ° ©
8| e D4 Ds L1 L2 H1 M =
SC16M08S100SW [ J§e) 8.5 16 14.5 100 10 10 M8 0.2
08S200LW ®|O 8.5 16 14.5 200 10 10 M8 0.5
E SC20M10S120SW ®|O 10.5 20 18.5 120 10 14 M10 0.5
» 10S220LW ®|O 10.5 20 18.5 220 10 14 M10 0.9
[0]
2 SC25M12S8125SW @O 12.5 25 23.5 125 10 19 M12 0.8
8 1252451 W ®(O 12.5 25 285 245 10 19 M12 1.5
SC32M16S140SW @O 17 32 28.5 140 15 24 M16 14
16S280LW ®(O 17 32 28.5 280 15 24 M16 2.8

@ : Inventory maintained.



BT Shank Arbor

M BT30 Shank Arbor

oD5

5 § Dimensions (mm) @

Order Number S|E @

20 =] D9 D5 L10 L2 M o

(&) =

SC16M08S10-BT30 ®|O 8.5 14.5 32 10 M8 0.4
20M10S10-BT30 ®|O 10.5 18.5 32 10 M10 0.4
25M12S10-BT30 @O 12.5 23.5 32 10 M12 0.4
32M16S10-BT30 ®|O 17.0 28.5 32 10 M16 0.4

M BT40 Shank Arbor

L10

% § Dimensions (mm) @

Order Number S| E @
»nl8 Do D5 L10 L2 M o

S =

SC16M08S10-BT40 @O 8.5 14.5 37 10 M8 1.0
20M10S10-BT40 ®|O 10.5 18.5 37 10 M10 1.0
25M12S10-BT40 @O 12.5 23.5 37 10 M12 1.0
32M16S10-BT40 ®|O 17.0 28.5 37 10 M16 1.0

HSK Shank Arbor

M HSKG63A Shank Arbor

% 3&‘?, Dimensions (mm)
Order Number S|
n1s Do Ds L10 L2 M
SC16M08S22-HSK63A O 8.5 14.5 48 22 M8
20M10S24-HSK63A ®|O 10.5 18.5 50 24 M10
25M12S27-HSK63A ®|O 12.5 235 53 27 M12
32M16S28-HSK63A @O 17.0 28.5 54 28 M16




SCREW-IN TOOLS

How to Install the Screw-in Head

®Thoroughly clean the clamp section of the head
and the arbor with an air blower or brush before
installation.

@Tighten the head at the recommended torque and
ensure that there is no gap between the head and
arbor.

Serew S Recomm((a'[lﬁe)zd Torque Wre(r:T(irr;)Size
M8 23 10
M10 46 14
M12 80 19
M16 90 24

@ Cutting tools become extremely hot during cutting. Never touch them with bare hands after operation as this may
produce risk of injuries or burns.

@ Do not handle the cutting tools with bare hands as this may cause injuries.

For Your Safety

@Don't handle inserts and chips without gloves. @Please machine within the recommended application range and exchange expired tools with new ones in advance of breakage. @Please use safety
covers and wear safety glasses. ®When using compounded cutting oils, please take fire precautions. @When attaching inserts or spare parts, please use only the correct wrench or spanner. @ When
using rotating tools, please make a trial run to check run-out, vibration and abnormal sounds etc.

SMITSUBISHI MATERIALS CORPORATION =

isacomn) s

MITSUBISHI MATERIALS CORPORATION MITSUBISHI MATERIALS U.S.A. CORPORATION

Area Marketing & Operations Dept. Headquarters

KFC bldg., 8F, 1-6-1, Yokoami, Sumida-ku, Tokyo 130-0015, Japan 17401, Eastman Street, Irvine, California, 92614, USA

TEL +81-3-5819-8772 FAX +81-3-5819-8774 TEL +1-949-862-5100 FAX +1-949-862-5180

MMC HARTMETALL GmbH MMC METAL SINGAPORE PTE LTD.

Comeniusstr.2, 40670, Meerbusch GERMANY 10, Arumugam Road, #04-00 Lion Industrial Bldg.,409957, SINGAPORE
TEL +49-2159-9189-0 FAX +49-2159-918966 TEL +65-6743-9370 FAX +65-6749-1469

Mitsubishi Carbide Home page : http://www.mitsubishicarbide.com
(Tools specifications subject to change without notice.)

2007.11.E(-)
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