Lightning Mills __

T/EME44001/B  ($551s.. )& PMKN

For general purpose, high-feed milling of general steels,
Fomatiling  Chantarng stainless steels, cast irons, and non-ferrous metals
X Rake angle TME A.R. +24° RR. —8°~—6°
Rake angle EME A.R. +24° R.H. —13°-—-8°
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{ E class inserts : <d.6mm
K class insarts : <5.3mm
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Fig.A Fig.B
TME4400B Maximum depth of cut : 4mm

Right hand (R} shown,

B TME4400 I (Fig.A, standard number of teeth, close and irregular pitch specs)

Dimensions (mm) Weight Mounting
B ' (kg) details

TME4403R/LI L 3K | 4 80 101.5| 254 26 50 6 9.5 1.43
TME4404R/LI @ ® 5 | 100 | 12023175| 32 8 1207 2.74 GEATES
TME4405R/LI (3K ] 6 | 125 | 145.2 | 38.1 10 15.9 4.04
TME4406R/LI L JK 8 160 181.2 | 50.8 63 | | 19 5.82
TME4408R/LI LK 10 200 220.5 38 9.18 9-1447)
TME4410R/LI LIE 12 250 269.8 | 47.625 14 25.4 16.64
TME4412R/LI @ 14 315 | 334.4 25.72 9-144D:

* Cutting edge height (F) is for when SEEN1203AGON type inserts are used.
I TME4400B (Fig.A, Close pitch)

Dimensions (mm) Weight Mounting

oy

O TME4403R/LB | @ 80 | 101.5| 25.4 ;

< TME4404R/LB__| @ 7 100 | 1202 | 31.75 | 32 8 | 127 | 277 9.1446
TME4405R/LB__| @ 9 125 | 145.2 | 38.1 10 | 159 | 4.06 4
TME4406R/LB | @ 12 | 160 | 181.2 | 50.8 gy [T 19 5.86
TME4408R/LB | @ 15 | 200 | 220.5 38 9.24 AT
TME4410R/LB 19 | 250 | 269.8 |47.625 14 | 254 | 16.68
TME4412R/LB 23 | 315 | 3344 25.71 9-144T)

* Cutting edge height (F) is for when SEEN1203AGIIN type inserts are used.

I EME4400 ( I ) (Fig.B, shank-type spec)

Dimensions (mm)

> EME4450R ® | 3 50 73.4 _ _ _
55 EME4463R ® | 4 63 87.2 4 - 120
55 EME4403RI ° | 80 | 1015 19 14 36
®  EME4404RI D 100 | 1202
EME4450RB 4 | 50 73.4 - = : s
85 EME4463RB 5 63 B2 | . e || 150
5a  EME4403RB 6 80 | 1015 i i .
EME4404RB 7 | 100 | 1202
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SEEN1203AGTN-T Stengiened- @ @ ® | [Ses caslions
SEEN1203AGFN-T edge insert Without '9-51 ight alloys
SEKN1203AGTN —— With @ e o o o o ® | | Sedscastions
SEKN1203AGFN : Without D |79 Light alloys
SEKN1203AGTNCR Conventional ingart With = | o L] |Fig.3 | Stesls, castirons
~ SEKN1203AGTN-T | grogmees. | K [ With @ | @ | @ @ @ ® | . |Sedscaiors
~ SEKN1203AGFN-T ecige nsert Without ® '9-2 Might alloys
SEKR1203AGSR-MJ | “meniscr With @ | @ (I (] Fig.7 | Stesls, cast fons
SEKR1203AGPN-MS "’f“a’mi'f"a‘ With [ ] Fig.7 | Stainless steels

Notes: « SECIN1203AGCIN (conventional type) and SECN1203AGON-T (strengthened type) mser‘t$ should not be used together in the same

cutter body.

* SECIN1203 (42) AFCIN type inserts should not be used in the T/EME4400-type body.
e SECN1203AGFN type is exclusively used for milling aluminum alloys and other non-ferrous light alloys. Its top flat face is ground to

mirror-like finish.

* The strengthened type inserts have greater edge strength 1o prevent edge chipping.

B Replacement parts

Part Cat. No.
TMEMOSH%GSHILI TME4406R/LI -
No. Parts TME4403R/LB ~4412R/LI  EME4450RB >
405R/LB TME4406R/LE ~4404RB O
EME4450R 12R/LB =
_ ~4404RI =
(1’| Locator LE444R/L LE446R/L LE444R/L @
C{) Insert locking wedge WF444R/L WF444R/L WT402R/L
{1_1,‘- Wedge fixing screw FDS-8S FDS-8S FDS-8S
{4} | Locator fixing screw  CM4 X 0.7 X 14 CM4 X0.7 Xx14 CM4x0.7 X14
— | T-handle wrench TP-4 TP-4 TP-4
O Standard cutting conditions
ifsart Roughing (Depth of cut : 1.5~4 mm) Finishing (Depth of cut : 0.3~0.7mm)
Work materials
SIRCES Cutting speed Vo{m/min) | Feed per tooth fz (mm/tooth} | Cuting speed Vo(m/min) | Feed pertooth fz (mmitooth)
' T3130-T3030 ' 150~300 0.1~0.28 180~300 0.1~0.3
Mild steels NS740 150~250 0.1~0.2 150~250 0. 1=—0.25
Unhardened steels | AH120-GH330 150~200 0.1~0.25 o 0.1~0.28
(<180 HB) AH330 150~280 w 180~300 -
AH140-UX30 100~180 A=Res 130~200 Gi=~048
Carb teel T3130-T3030 150~280 0.1~0.25 200~280 0.1~0.28
Aﬁ; osr:es;;ese ° NS740 100~180 0.1~0.18 150~200 0.1~0.23
ol AH120" GH330 100~200 0.1~0.23 0.1~0.25
(<300 HE) UX30 80~130 0.1~0.25 100~150 0.1~0.28
Suriosssesls | A1 Zom | aweus | wegw | bio
el UX30 150~180 R 180~200 Gl
; AH120°-GH330 100—~150 e 100~150 -
Die steels (<30 HRC) | jy3q 80~130 0.1~0.15 80~130 0.1~0.2
Ductile cast irons TH10-UX30 80~130 ' ’ 80~130 ) '
Aluminum alloys(Si <12%) | TH10 200~1000 0.1~0.2 350~1000 Bl =08
Copper alloy TH10 200~500 0.1~0.2 200~500 0.1~—0.25
Notes: « Dry cutting is recommended for all materials except for aluminum alloys.
* No. of revolutions (min™") = Cutting speed x 1000 + 3.14 + Cutter diameter | @ : Stocked in Japan.|
*» Table feed {(mm/min) = No. of revolutions X Feed per tooth X No. of inserts
¢ When wet machining mild steels, carbon steels and alloy steels, use T3130 at lower cutting conditions.
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