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Indexable Tools - End Mill Type

Type Tool Type and Range  Entering Angle/Max. ap Applications
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Indexable Tools - End Mill Type

Type

Copy Milling

Tool

Mirror Ball

BNMrvpe

C172

Type and Range

Entering Angle/Max. ap

Applications

P6~ P32

R3~R16
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Copy Milling

F
Pocket Milling

& 4

Slotting

Shoulder Finishing &
Copy Milling

|V|i|‘|_’0|‘
Radius

C192

P6~p32

1° (RNM Insert)
3° (HRM Insert)
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radius below 0.1mm.
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A
§ Indexable Tools - End Mill Type
D
ﬁ Type Tool Type and Range  Entering Angle/Max. ap Applications
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‘Indexable Tools - Face Mill T“e \

Type Tool Type and Range  Entering Angle/Max. ap Applications
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Tooling by DIJET

‘Indexable Tools - Face Mill Txge \

Type Tool Type and Range  Entering Angle/Max. ap Applications
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Indexable Tools - Face Mill Type

Type Tool Type and Range  Entering Angle/Max. ap Applications
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Tooling by DIJET

Indexable Tools - Face Mill Type

Type Tool Type and Range  Entering Angle/Max. ap Applications
_ G-Body, .
o Aero Chipper - ‘
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Indexable Tools - Face Mill Type

Type Tool Type and Range  Entering Angle/Max. ap Applications
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Roughing
Chipper

Shoulder Milling

RFCryre

High Efficient Side Milling

C246

\ele]e]e
50~60

DIJET Mill
90

Face Milling Shoulder Milling

SSDI90Tvre

Shoulder Milling

C254 50~ 125

C266-C269

Insert set up installation points of double clamping mechanism type

~ B

C\ean the insert seat by Please spread the attached Fix the insert to insert seat Confirm the insert is A N
brush or air blow before Moly coat on the clamp and confirm.Tighten the completely fixed, then Make sure to fix
installing the insert, and screw. clamp screw with torque tighten the screw for the insert completely
remove the chips and dust wrench with specified clamp set. by tightening the clam
completely. In that time, torque as follows. (The insert can be removed y tig " g p
please confirm whether there if the clamp set loosens screw again.
is neither the deformation even if it doesn't completely
nor burr at insert seat. detach)

m Recommended torque for
Clean the insert itself. clampscrew

Wrench size| Recommended torque
T15 3.6 N-m
T20 6.0 N-m
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Tooling by DIJET

= QM MILL (MPM)

o
®

—— QM MAX (MQX)

=== HIGH FEED DIEMASTER
(MSH)

High feed cutter (modular head type)
+MSN carbide shank holder

/

Depth of cut dp (mm)
o
N

S
o

Work material: Carbon steel

0 4 6 8 10
(L/D)
ap (Depth of cut: mm) Machine
¢ |n case of L/D=4 or below, QM MAX (MQX) or HIGH ¢ In case machine does not have enough power or unrigid
FEED DIEMASTER (MSH) are able to cut deeply at for higher L/D, we recommend to use QM MILL (MPM).
ap=0.8mm.

¢ In case of QM MILL (MPM), even if L/D is higher, there
is no change in ap.

Q \%i
(cc/min) (m/min) QM MILL (MPM)
140 9
10— | @ ©®—® Feed speed: Vf
120 o | 8 I Metal removal rate: Q
100 / i ' 7
/ o7
80 & —1° QM MAX (MQX)
60 ./ —15 @—® Feed speed: Vf
I Metal removal rate: Q
40 S
2 - HIGH FEED DIEMASTER
o LN A - (MSH)
10 12 16 20 25 32 R p—
Tool dia. (mm)

[ Metal removal rate: Q

Metal removal rate Machine

e |n case of tool dia. ¢ 16 or below, we recommend to e In case of machining by small machine (BT40 or below),
use QM MILL (MPM). we recommend to use QM MILL (MPM).

 In case of tool dia. ¢ 16 -¢ 40, we recommend to use e In case of moderate speed machine (Vf=10m/min), we
QM MAX (MQX). recommend to use QM MAX (MQX).

e In case of low speed machine (Vf=6m/min), we recom-
mend to use HIGH FEED DIEMASTER (MSH).
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Feature of product

Indexable Tools

“SKS-GII” SKG / MSG type, innovative high feed cutter
achieved extremely excellent chip removal rate!

C Features 1 )

Applicable to deep cutting of mold material or
high feed machine aircraft parts that made of
titanium alloy & stainless steel.

C Features 2 )

Adopted low cutting force & economical 4 cor-
ners positive insert, achieved stable high feed
machining.

C Features 3 )

Large ap machining is possible.
(Max. ap=1.5mm in case of using insert 10-type
& Max.ap=2.5mm in case of using 14-type insert)

s 7% reduction from
Cutting performance competitor U,
5% reduction from
Q Cutting force ) competitor M
comparison 80 X (Feed force)
7,000 Y (Main force)
Z (Back force)
(Resultant force)

6,000

5,000 — B N
|| || || ( Material P21
4,000 B @ Tool dia. @ 63mm
3,000 Insert No.
SPNW100415ZTR (JC8118)

@ Cutting conditions:
1,000 Ve=80m/min, fz=1.5mm#t,
dp=1.5mm, de=40mm,

2,000

U — A — Dry, Down cut
( SKS'%ETWG:;) ) (Competitor M ) (Competitor U )

c012



g by DIJET

[SKS Gl

SKGrypPE ]

3 insert grades “JC8118”, “JC8050” &
“JC7550” can bhe widely applied from
general & mold steel to hard-to-cut
materials such as high hardened die
steel, titanium alloy & stainless steel.

< Anplez

ISO

P

P01

P10§ P20§ P30§P40

M40 K01§K10 %K20%K30 So1

JC 8118

For mold steel more than
38HRC &high hardened die
steel less than 50HRC.

JC 8050

For general & mold steel
less than 36HRC.

; JC 7550
- For titanium alloy &
. stainless steel.

H
H10 H20

Applicable 5
range i

JC8118

J CSd50

Large chip pocket achieved excellent chip removal.

Q Tool life
comparison

3CT550 .

o
~

conventional

flank wear Ve (mm)
o =]
n w

o

2]

/

I I
~@- sKs-Gll (Dijet)
—- competitor M

|
| == Competitor U

—@- Conventional (3 corner)

o

0 10 20

30 40

50 60

70 80 90

Cutting length (m) criterion of tool life VB=0,5 (mm)

JC8118

SKS-Gll achieved 3.2 times longer
tool life compared with

competitor M, 1.8 times longer
compared with competitor U, and
1.2 times longer compared with
conventional tool.

(32HRC)
Material: P20

@ Tool dia. 9 63mm
Insert No.
SPNW100415ZTR (JC8118)

@ Cutting conditions:
Ve=150m/min, fz=1mm/t,

ap=1.5mm, ae=37.5mm,
Air blow, Down cut,
Test by one insert
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(7]
E |SKSGII SKGTYPE\
=
= [Gi5eg) <3 (FS . &/ pe’
% Face iling R Pocket iing AL Copy Milling L elcal terpotond " Plunge Miling
=
B W FACE MILL TYPE (insert 10-type) oD

¢d

Il BODY
Dimensions (mm) Applicable
o Cat. No. . Set Bolt gt
= wes| @ Dc| Lf (Db @d|di| a | b | £ (kg)
SKG-4050R-10-22 |@| 4 | 50 | 50| 40 |22 |14 [10.4|6.3| 20 [M10x15x35* |Head cap| 0.3 | SPNW10™
SKG-5050R-10-22 |@| 5 | 50 | 50| 40 |22 |14 [10.4|6.3| 20 [Mioxtsxas: e | 0.3 | Somrioe
© | SKG-5052R-10-22 |@| 5| 52 | 50| 42 |22 |16.6/10.4/6.3/ 20| w10 0.3 Parts
Cca Clamp screw
D | SKG-5063R-10-22 []{5| 63 50| 48 |22 |17 [10.4/6.3/20| Mio0 . |05
£ | SKG-5063R-10-27 | [ ]| 5| 63 | 50| 48 (27 20 |12.4/7 |22 wmiaxi7sxa0| G | 0.5 @
= | SKG-6063R-10-22 (@ | 6| 63 |50 48 |22 |17 |10.4/6.3|20 M10 §5 | 0.5| Tsw-3509H
SKG-6063R-10-27 |@| 6 | 63 [ 50| 48 |27 |20 [12.4]7 |22 |wi2xi75:301 § 0 |05
SKG-6066R-10-27 |@| 6 | 66 | 50| 50 |27 |20 [12.4|7 |22 |wiaxi7saol © 7 | 0.6 /\X
SKG-6080R-10-27 |@| 6| 80 | 50| 60 |27 |20 [12.4|7 |22 [M12x1.75x30" 0.9 A15T

Note) 1. All cutters are supplied without inserts. [ TETR, EEDR X Please refer Page B024

2. * mark shows: these cutter bodies are equipped with the set bolt
because of the specified bolt size. Clamp Screw Recommended Torque
Except for these cutter bodies, please use the set bolt equipped with arbor. TSW-3500H (,:‘;)

3. Set bolt (M10x1.5x35%) is slim head type with @13 head dia. -

G:Body;

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure
insert pocket and holder against thermal deformation, improved hody durability and tool life by 30% or more. Make it difficult
to he damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

{ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




‘SKS GIl SKGryrE \
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N
g -
/. B
10.0 4.46 ~
50 “Jcais
PVD coated
Cat.No. | Tolerance | ;57550 [ Jycgoso | Jcstig | Fio
SPNW100415ZTR N o °® 1
SPET100415ZPER-SM E o 2
SPMT100415ZPER-SM M ° 3
SPMT100415ZPTR-PM M °

10 inserts per case.

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted ]




‘SKS Gl SKGryPE \
G-BOdy Face Milling Pocﬁnt NFM-"-

B FACE MILL TYPE (Insert 14-type)
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Fig.1 Through Coolant Hole

H BODY
Dimensions (mm) Applicable
o Weight | Fig.| inserts
S| CatNo. o 5 lpDc| Lf|oDb @d|pdi| a | b | ¢ Set Bolt ko) | |——
SPNW
140515ZTR
SKG-4050R-14-22 (@ | 4 | 50 |50| 40 |22 | 9.6/10.4/6.3|19.05|M10x1.5x35* Hesi?esvap 0311 C|3Pa7ﬂs
SKG-4052R-14-22 |@ | 4 | 52 |50 42 | 22 |17 [10.4/6.3|19.05|M10x15x35* | simteas | 0.3 | 1 |7 e
© | SKG-4063R-14-22 | @ | 4 | 63 |50 48 |22 17 [10.4/6.3] 20| w10 . |05]1 @
@ | SKG-4063R-14-27 @ 4| 63 50 48 |27 20 |12.4|7 22 |M12x1.75x35" %g 0.5| 1 | Csw-513H
= | SKG-5066R-14-27 |@ | 5 | 66 50 50 |27 |20 12.47 22 |M12x1.75x35" §§ 05| 1
= | SKG-5080R-14-27 |@| 5 | 80 |50 60 27 |37 |12.4|7 22 |M12x1.75x35" 52 0.8]1 /‘
SKG-6100R-14-32 |@| 6 [100 (63] 70 |32 |45 [14.4/8 | 25| wmie | "~ [ 16| 1| a2
Note) 1. All cutters are supplied without inserts. e y— Recommended Torque
2. % mark shows: these cutter bodies are equipped with the set bolt because of T ‘;‘Z’

the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.
3. Set bolt (M10x1.5x35) is slim head type with @13 head dia.

@@ :

M Insert 14-type

\ _ L
JC8050 Jcst18

PVD coated
Cat. No. Tolerance JC8os50 | Jcs11s
SPNW140515ZTR N [ ) (]

10 inserts per case.

{ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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H CUTTING DATA
1. High feed machining on mold steel (Insert 10-type)

SKGryrE

Overhung length: 130mm Part name Plastic mold
Contouring & slotting
j = Material Mold steel (1.2311)
=
Hardness 32-34HRC
_ Tool No. MSG-3032-10-M16
[=]
=]
. Insert No. SPNW100415ZTR, JC8118
Cutting speed Ve, (n)[ 201m/min (2,000min")
g Feed speed Vf, (fz) 6,300mm/min (1.1mm/t)
Result £ | ap(mm 0.8mm
£
Achieved high metal removal rate (Q=126cm?/ 3 &5 (i) 25mm
min) by 1.8 times compared with competitor's tool. .
And finished all the job with one corner, no wear or Coolant Air blow
breakage, with a contact time of 3h 40min. ) )
Machine Vertical MC
2. High feed machining on mold steel (Insert 14-type)
Overhung length: 220mm Part name Plasticmold
§ Material Mold steel (1.2738)
Hardness 36HRC
- Tool No. SKG-6080R-14-27
S
Insert No. SPNW140515ZTR, JC8118
Cutting speed Vc, (n)| 140m/min, (560min-")
@ Feed speed Vi, (fz) 4,000mm/min, (1.2mm/t)
S
Result g ap (mm) 1.5mm
-g de (mm) 55mm
Achieved high metal removal rate (Q=330cm?®/min) &
by 1.2 times compared with competitor's tool. And Coolant Air blow
able to machine about 3 hours per 1 corner.
Machine Vertical MC
3. High efficient machining on Ti-alloy (Insert 10-type)
Overhung length: 110mm Part name Test piece
E | Material Ti-6Al-4V
Hardness 50HRC
s Tool No. MSG-3032-10-M16
S
Insert No. SPET100415ZPER-SM, JC7550
Cutting speed Vg, (n)[ 60m/min (597min™)
Feed speed Vf, (fz) 1,075mm/min (0.6mm/t)
(%]
Result g ap (mm) 1mm
=
=}
Machining test piece shaped like aircraft parts. =2 de (mm) 12.8mm
No chatter & smooth cutting, and achieved £ )
good chip removal. 3 Coolant Wet (internal)

Machine

Vertical MC
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Tooling by DIJET _

(7]
=8 |SKS G II SKGryee
[t
)
< W Definition of corner shape for programming
>
-1} @ SPNW10/ SPE(M)T type inserts @® SPNW14 type inserts
E \/W
— Comner radius for proyramming
Over cu ) Max. ap=2.5
Corner radius fdr programming
Max. ap=1.5 Remains
/
Remains
\/ W=7.6 W=10.8
(mm) (mm)
(Siite? radiu.s oy Over cut Remains (Efeniay radiu's it Over cut Remains
programming programming
R3.0 0 0.99 R3.5 0 1.60
R3.0 (Standard) 0 0.84 R4.0 (Standard) 0 1.46
R3.5 0.09 0.71 R4.5 0.06 1.32
R4.0 0.23 0.59 R5.0 0.17 1.19

Ml Attention for profile milling

@® Ramping @ Helical interpolation
@Dh

@ Calculation of tool pass dia.

@pdc = @Dh- ¢Dc

Tool pass dia. Bore dia. Tool dia.

@Dc
Tool dia.

@ Depth of cut per one circuit
should not exceed max. depth
of cut ap.

@ Down cutting is recommended,
so0 tool pass rotation should be
counterclockwise.

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

Tool Effective Max. Ramping Helical interpolation
Cat. No. (gISC CLéItit;ng deptggf el Max.ramping | Total cutting length L(mm) [ Min. bore dia. Ma);.i:ore
(mm) (mm) (mm) angle almax. &p Divmin (M) by v (i)
SKG-*050R-10 50 34.8 1.5 1° 95.5 86 98
SKG-5052R-10 52 36.8 1.5 1° 95.5 90 102
SKG-*063R-10 63 478 1.5 0°45' 127.3 112 124
SKG-6066R-10 66 50.8 1.5 0°45' 127.3 118 130
SKG-6080R-10 80 64.8 1.5 0°30' 191 146 158
SKG-4050R-14 50 28.4 2.5 1° 143.2 80 98
SKG-4052R-14 52 30.4 2.5 1° 143.2 84 102
SKG-*063R-14 63 41.4 2.5 0°45' 191 106 124
SKG-5066R-14 66 44.4 2.5 0°45' 191 112 130
SKG-5080R-14 80 58.4 2.5 0°30' 286.5 140 158
SKG-6100R-14 100 78.4 25 0°20' 430 180 198
SKG-6125R-14 125 123.4 2.5 0°20' 430 230 248
SKG-7160R-14 160 138.4 2.5 0°15' 573 300 318
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[SKS Gl SKGryPE ] 2
)
>

)

Il RECOMMENDED CUTTING CONDITIONS %

@ Facemill type (Insert 10-type) =i

Tool dia. (mm) =
Work Insert 50 50/52
Materials | Grades No. of teeth 5N No. of teeth 5N

ap ae n \%i 2 ap ae n Vi

(mm) | mm) | (mm) | (min") | (mm/min) | (Mm) | (mm) | (mm) | (min") | (mm/min)

~150 15 ~32 1,020 | 7,340 | ~150 15 ~32 1,020 | 9,180

Carbon steel | JC8050 | 200 12 ~32 1,020 | 7,340 | 200 15 ~32 1,020 | 9,180

(C50,C55)  [(JC8118)[ 250 08 ~32 890 | 5,340 | 250 1.2 ~32 890 | 6,680

Below 250HB  [SPNW10[ 300 06 ~32 830 | 4,980 | 300 1 ~32 830 | 6,230

350 05 ~32 830 | 4,650 | 350 0.5 ~32 830 | 5,810

~150 15 ~32 1,020 | 7,340 | ~150 15 ~32 1,020 | 9,180

Die steel Jc8os0 | 200 12 ~32 1,020 | 7,340 | 200 15 ~32 1,020 | 9,180

(1.2344,1.2379) |(JC8118)| 250 08 ~32 890 | 5,340 | 250 1.2 ~32 890 | 6,680

Below 255HB  [SPNW10[ 300 0.6 ~32 830 | 4,980 300 1 ~32 830 | 6,230

350 05 ~32 830 | 4,650 | 350 05 ~32 830 | 5,810

~150 15 ~32 1,020 | 7,340 | ~150 15 ~32 1,020 | 9,180

Mold steel | JC8050 | 200 12 ~32 1,020 | 7,340 | 200 15 ~32 1,020 | 9,180

(1.2311,P20) |(JC8118)| 250 08 ~32 890 | 5,340 | 250 1.2 ~32 890 | 6,680

30-36HRC  |SPNW10| 300 06 ~32 830 | 4,980 | 300 1 ~32 830 | 6,230

350 05 ~32 830 | 4,650 | 350 0.5 ~32 830 | 5,810

~150 12 ~32 700 | 4,200 | ~150 1.2 ~32 700 | 5,250

Mold steel | JC8118 | 200 1 ~32 700 | 4,200 | 200 1.2 ~32 700 | 5,250

(1.2311,P21) |(JC8050)| 250 07 ~32 640 | 3,840 | 250 1 ~32 640 | 4,800

38-43HRC  |SPNW10| 300 06 &P 510 | 2,860 | 300 05 &P 510 | 3,570
350 = - = - 350 = = = =

~150 1 ~32 640 | 3580 | ~150 1 ~32 640 | 4,480

Hafd;ggf die Jcai1g | 200 | 08 ~32 640 | 3330 | 200 | 08 ~32 640 | 4,160

(1.2344, 1.2379) | SPNWA0 250 0.6 ~32 640 | 3,070 | 250 0.6 ~32 640 | 3,840
42-52HRC 300 | - - - - 300 | - - = -
350 = = = = 350 = = = =

~150 15 ~32 1,150 | 8,280 | ~150 15 ~32 1,150 | 10,350

Grezait’\i‘:)iu'a’ Jeai1g |20 [ 15 ~32 | 1150 | 8280 | 200 | 15 ~32 | 1,150 | 10,350

(GG.GGG)  |SPNW10 250 1.2 ~32 1,150 | 6,900 | 250 1.2 ~32 1,150 | 8,630

Bolow S00HB 300 0.8 ~32 1,020 | 6,120 | 300 0.8 ~32 1,020 | 7,650

350 0.5 ~32 1,020 | 6,120 | 350 05 ~32 1,020 | 7,650

~150 1 ~32 950 | 4,940 | ~150 1 ~32 950 | 6,180

_ Jc7550 | 200 1 ~32 950 | 4,940 | 200 1 ~32 950 | 6,180

Ség;gf%%gﬁg' SPET10| 250 | 08 ~32 830 | 3980 | 250 | 0.8 ~32 830 | 4,980

SPMT10| 300 0.6 ~32 760 | 3,040 300 0.6 ~32 760 | 3,800

350 0.4 ~32 640 | 2,560 | 350 0.4 ~32 640 | 3,200

~150 1 ~32 380 910 | ~150 1 ~32 380 | 1,140

e e Jc7550 | 200 0.8 ~32 380 910 | 200 0.8 ~32 380 | 1,140

: SPET10 | 250 0.6 ~32 380 760 | 250 0.6 ~32 380 950

(TFBARAY) I spmT10 300 0.4 ~32 380 610 | 300 0.4 ~32 380 760
350 = = = = 350 = = = =

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.




Tooling by D -

%)
g [SKS GIl SKGryrE ]
®
= Il RECOMMENDED CUTTING CONDITIONS
% @ Facemill type (Insert 10-type)
=
= Tool dia. (mm)

Work Insert 63 63/66 80

© S€ No. of teeth 5N No. of teeth 6N No. of teeth 6N

Materials Grades
¢ lap|ae| n | V| e ap|ae n | V| e apla | n |V
(mm) | (mm) | mm) | (min"y | ™™ (mm) | mm) | mm) | (min) (r’r’]‘i';”)’ (mm) | (mm) | (mm) |(min") (r’:]‘i;“)’
~150] 1.5 | ~44 | 810 [7,290] ~150| 1.5 | ~44 | 810 [8,750| ~150] 1.5 | ~60 | 640 [6,910
Carbon steel | JC8050 | 200| 1.5 | ~44 | 810 [7,290| 200| 15 | ~44 | 810 [8,750| 200| 1.5 | ~60 | 640 |6,910
(C50,C55)  |(JC8118)| 250| 1.2 | ~44 | 710 |5,330| 250| 1.2 | ~42 | 710 |6,390| 250 1.2 | ~55 | 560 |5,040
Below 250HB [SPNW10( 300| 1 | ~44 | 660 4,950 300| 1 |~42 | 660 |5,940| 300| 1 ~55 | 520 |4,680
350| 05| ~44 | 660 |4,620| 350| 0.5 | ~42 | 660 |5540| 350| 0.5 | ~55 | 520 |4,370
~150 | 1.5 | ~44 | 810 [7,290 | ~150| 1.5 | ~44 | 810 |8,750| ~150| 1.5 | ~60 | 640 [6,910

Bie siza] JCc80o50 | 200| 15| ~44 | 810 |7,290| 200| 1.5 | ~44 | 810 |8,750| 200| 1.5 | ~60 | 640 |6,910
(1.2344,1.2379) |(JC8118)| 250| 1.2 | ~44 | 710 |5,330| 250| 1.2 | ~42 | 710 |6,390| 250| 1.2 | ~55 | 560 |5,040
Below 255HB  |SPNW10[ 300| 1 | ~44 | 660 4,950| 300| 1 | ~42 | 660 |5,940| 300| 1 ~55 | 520 [4,680
350| 05| ~44 | 660 |4,620| 350| 0.5 | ~42 | 660 |5,540| 350| 0.5 | ~55 | 520 |4,370
~150 | 1.5 | ~44 | 810 |7,290| ~150| 1.5 | ~44 | 810 |8,750| ~150| 1.5 | ~60 | 640 |6,910
Mold steel JC8050 | 200| 1.5 | ~44 | 810 |7,290| 200| 1.5 | ~44 | 810 8,750 200| 1.5 | ~60 | 640 |6,910
(1.2311,P20) |(JC8118)| 250| 1.2 | ~44 | 710 |5,330| 250| 1.2 | ~42 | 710 |6,390| 250| 1.2 | ~55 | 560 |5,040
30-36HRC ~ |SPNW10| 300| 1 | ~44 | 660 |4,950| 300| 1 |~42| 660 5,940 300 1 ~55 | 520 [4,680
350| 05| ~44 | 660 |4,620| 350| 0.5 | ~42 | 660 |5,540| 350| 0.5 | ~55 | 520 |4,370
~150 | 1.2 | ~44 | 560 [4,200| ~150| 1.2 | ~44 | 560 |5,040| ~150| 1.2 | ~60 | 440 |3,960
Mold steel Jca118 | 200| 1.2 | ~44 | 560 |4,200| 200| 1.2 | ~44 | 560 |5,040| 200| 1.2 | ~60 | 440 |3,960
(1.2311,P21) |(JC8050)| 250| 1 | ~44 | 510 |3,830| 250| 1 | ~42| 510 |4,590| 250 1 ~55 | 400 [3,600
38-43HRC  |SPNW10| 300| 0.5 | ~44 | 400 |2,800| 300| 0.5 | ~42 | 400 [3,360| 300| 0.5 | ~55 | 320 |2,690

30| - | - | - | - |30 - -] - | - [0 - -] -]-
_ 50| 1 | ~44 | 510 |3,570 | ~150| 1 | ~44 | 510 |4,280| ~150| 1 | ~60 | 400 |3,360

Hardened die 200| 0.8 | ~44 | 510 3,320 200| 0.8 | ~44 | 510 |3,980| 200| 0.8 | ~60 | 400 |3,120
(1_234393'2379) §l§|\?\1/\;180 250| 0.6 | ~44 | 510 [3,060| 250| 0.6 | ~42 | 510 |3,670| 250| 0.6 | ~55 | 400 |2,880
T 30 - | - | - | - [30] - =] - - [30] -] -1]-1-

30| - | - | - | - |30 - -] -] - |30 - -1]-1-

~150| 1.5 | ~44 | 910 |8,190 | ~150| 15 | ~44 | 910 |9,830| ~150| 1.5 | ~60 | 720 |7,780

Grey & Nodular 200| 15| ~44 | 910 8,190 200 1.5 | ~44 | 910 9,830| 200| 1.5 | ~60 | 720 |7,780
((;’gStgg‘G) éjgl\?\}\%so 250 | 1.2 | ~44 | 910 |6,830| 250 1.2 | ~42 | 910 [8,190| 250| 1.2 | ~55 | 720 |6,480

St 300| 0.8 | ~44 | 810 |6,080| 300| 0.8 | ~42 | 810 |7,290| 300| 0.8 | ~55 | 640 |5,760

350| 0.5 | ~44 | 810 |6,080| 350| 0.5 | ~42 | 810 |7,290| 350| 0.5 | ~55 | 640 |5,760
150 1.2 | ~44 | 760 |5,320 | ~150| 1.2 | ~44 | 760 |6,380| ~150| 1.2 | ~60 | 600 |5,040
A JC7550 | 200 1 | ~44 | 760 4,940 200 1 | ~44| 760 |5930| 200| 1 | ~60 | 600 |4,680
%t:;g'vfzzgﬁg' SPET10 | 250| 0.8 | ~44 | 660 |3,960| 250| 0.8 | ~42 | 660 |4,750| 250| 0.8 | ~55 | 520 |3,740

SPMT10| 300| 0.6 | ~44 | 610 |3,050| 300| 0.6 | ~42 | 610 3,660 300| 0.6 | ~55 | 480 |2,880
350| 0.5 | ~44 | 510 [2,550| 350| 0.5 | ~42 | 510 |3,060| 350| 05 | ~55 | 400 |2,400
150] 1 | ~44 | 300 | 900|~150] 1 | ~44 | 300 |1,080|~150] 1 | ~60 | 240 | 860
- 47550 | 200| 0.8 | ~44 | 300 | 900| 200| 0.8 | ~44 | 300 |1,080| 200| 0.8 | ~60 | 240 | 860
T'(t%'f'g‘A”?_j\'}?y SPET10 | 250 0.6 | ~44 | 300 | 750| 250| 0.6 | ~42 | 300 | 900 | 250| 0.6 | ~55 | 240 | 720

SPMT10( 300| 0.4 | ~44 | 300 | 600| 300| 0.4 | ~42 | 300 | 720 | 300| 0.4 | ~55 | 240 | 580
30| - | - | - | - | 30| - | -] - | - [0 -] - | - -

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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Il RECOMMENDED CUTTING CONDITIONS %

@ Facemill type (Insert 14-type) =i

Tool dia. (mm) =
Work Insert 50/52 63
Materials | Grades No. of teeth 4N No. of teeth 4N
ap ae n \%i 2 ap ae n Vi
(mm) | mm) | (mm) | (min") | (mm/min) | (Mm) | (mm) | (mm) | (min") | (mm/min)
~150 2 ~28 890 | 6,410 | ~150 2 ~40 710 | 5,110
Carbon steel | JC8050 | 200 18 ~28 890 | 6,410 | 200 18 ~40 710 | 5,110
(C50,C55)  [(JC8118)[ 250 15 ~28 830 | 4980 | 250 15 ~40 660 | 3,960
Below 250HB  [SPNW14( 300 08 ~28 760 | 4,560 | 300 0.8 ~40 610 | 3,660
350 0.6 ~28 640 | 3580 | 350 0.6 ~40 510 | 2,860
~150 2 ~28 890 | 6,410 | ~150 2 ~40 710 | 5,110
Die steel Jc8os0 | 200 18 ~28 890 | 6,410 | 200 1.8 ~40 710 | 5,110
(1.2344,1.2379) |(JC8118)| 250 15 ~28 830 | 4,980 | 250 15 ~40 660 | 3,960
Below 255HB  [SPNW14( 300 0.8 ~28 760 | 4,560 300 0.8 ~40 610 | 3,660
350 06 ~28 640 | 3580 | 350 0.6 ~40 510 | 2,860
~150 2 ~28 890 | 6,410 [ ~150 2 ~40 710 | 5,110
Mold steel | JC8050 | 200 18 ~28 890 | 6,410 | 200 1.8 ~40 710 | 5,110
(1.2311,P20) |(JC8118)| 250 15 ~28 830 | 4,980 | 250 15 ~40 660 | 3,960
30-36HRC  |SPNW14| 300 08 ~28 760 | 45560 | 300 0.8 ~40 610 | 3,660
350 0.6 ~28 640 | 3580 | 350 0.6 ~40 510 | 2,860
~150 16 ~28 640 | 3,840 | ~150 16 ~40 510 | 3,060
Mold steel | JC8118 | 200 14 ~28 640 | 3,840 | 200 1.4 ~40 510 | 3,060
(1.2311,P21) |(JC8050)| 250 1.2 ~28 640 | 3,840 | 250 1.2 ~40 510 | 3,060
38-43HRC  |SPNW14| 300 0.7 ~28 510 | 2,860 | 300 0.7 ~40 400 | 2,240
350 = - = = 350 = = = =
~150 1 ~28 570 | 2,740 | ~150 1 ~40 450 | 2,160
Hafdsetgzld die Jcatis |20 [ 1 ~28 570 | 2,280 | 200 | 1 ~40 450 | 1,800
(1.2344, 1.2379) | SPNW14 250 0.8 ~28 570 | 1,820 | 250 0.8 ~40 450 | 1,440
49-50HRC 300 0.5 ~28 450 | 1,260 | 300 0.5 ~40 350 980
350 = = = = 350 = = = =
~150 2 ~28 1,150 | 8,280 | ~150 2 ~40 910 | 6,550
Gregait'\i‘;‘iu'af Jcaiis |20 | 18 ~28 | 1150 | 8280 | 200 | 1.8 ~40 910 | 6,550
(GG.GGG) |SPNW14 250 15 ~28 1,150 | 6,900 | 250 15 ~40 910 | 5,460
Bolow S00HB 300 0.8 ~28 1,020 | 6,120 | 300 0.8 ~40 810 | 4,860
350 0.6 ~28 1,020 | 5710 | 350 0.6 ~40 810 | 4,540

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, V. Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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= Il RECOMMENDED CUTTING CONDITIONS
% @ Facemill type (Insert 14-type)
=
= Tool dia. (mm)
Work Insert 66 80
Materials | Grades No. of teeth 5N No. of teeth 5N
ap ae n \%i 2 ap ae n Vi
(mm) | mm) | (mm) | (min") | (mm/min) | (Mm) | (mm) | (mm) | (min") | (mm/min)
~150 2 ~44 680 | 6,120 | ~150 2 ~56 600 | 5,400
Carbon steel | JC8050 | 200 1.8 ~44 680 | 6120 | 200 1.8 ~56 600 | 5,400
(C50,C55)  |(JC8118)| 250 15 ~44 630 | 4730 | 250 15 ~56 560 | 4,200
Below 250HB  [SPNW14( 300 08 ~44 580 | 4,350 | 300 0.8 ~56 520 | 3,900
350 06 ~44 480 | 3360 | 350 06 ~56 440 | 3,080
~150 2 ~44 680 | 6,120 | ~150 2 ~56 600 | 5,400
Die steel Jcsoso | 200 1.8 ~44 680 | 6,120 | 200 1.8 ~56 600 | 5,400
(1.2344,1.2379) |(JC8118)| 250 15 ~44 630 | 4730 | 250 15 ~56 560 | 4,200
Below 255HB  [SPNW14( 300 0.8 ~44 580 | 4,350 300 0.8 ~56 520 | 3,900
350 06 ~44 480 | 3360 | 350 06 ~56 440 | 3,080
150 | 2 ~44 680 | 6,120 | ~150 2 ~56 600 | 5,400
Mold steel | JC8050 | 200 1.8 ~44 680 | 6,120 | 200 1.8 ~56 600 | 5,400
(1.2311,P20) |(JC8118)| 250 15 ~44 630 | 4730 | 250 15 ~56 560 | 4,200
30-36HRC  |SPNW14[ 300 038 ~44 580 | 4,350 | 300 08 ~56 520 | 3,900
350 06 ~44 480 | 3,360 | 350 0.6 ~56 440 | 3,080
150 1.6 ~44 480 | 3,600 | ~150 16 ~56 400 | 3,000
Mold steel | JC8118 | 200 14 ~44 480 | 3,600 | 200 1.4 ~56 400 | 3,000
(1.2311,P21) |(JC8050)| 250 1.2 ~44 480 | 3,600 | 250 12 ~56 400 | 3,000
38-43HRC  |SPNW14| 300 0.7 ~44 390 | 2,730 | 300 0.7 ~56 320 | 2,240
350 = = = = 350 = = = =
_ ~150 1 ~44 430 | 2,580 | ~150 1 56 360 | 2,160
Hardened die 200 | 1 ~44 430 | 2,150 | 200 | 1 ~56 360 | 1,800
. 43;79?'.2379) ngﬁ\}\}& 250 | 08 ~44 430 | 1,720 | 250 | 08 ~56 360 | 1,440
49-59HRC 300 | 05 ~44 340 | 1,190 | 300 05 ~56 280 980
350 = = = = 350 = = = =
150 | 2 ~44 870 | 7,830 | ~150 2 ~56 720 | 6,480
Grey & Nodular 200 | 18 ~44 870 | 7,830 | 200 | 18 ~56 720 | 6,480
(G‘féStG"gg) S‘JF?,\?J\}184 250 | 15 ~44 870 | 6530 | 250 | 15 ~56 720 | 5,400
Bolow 30008 300 | 08 ~44 770 | 5780 | 300 08 ~56 640 | 4,800
350 | 06 ~44 770 | 5390 | 350 0.6 ~56 640 | 4,480

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, V. Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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Il RECOMMENDED CUTTING CONDITIONS %
@ Facemill type (Insert 14-type) =i
Tool dia. (mm) =
Work Insert 100 125
Materials | Grades No. of teeth 6N No. of teeth 6N
ap ae n \%i 2 ap ae n Vi
(mm) | mm) | (mm) | (min") | (mm/min) | (Mm) | (mm) | (mm) | (min") | (mm/min)
~150 | 2 ~70 480 | 5,180 | ~150 2 ~87 380 | 4,100
Carbon steel | JC8050 | 200 | 1.8 ~70 480 | 5,180 | 200 18 ~87 380 | 4,100
(C50,C55)  |(JC8118)| 250 | 1.5 ~70 450 | 4,050 | 250 15 ~87 360 | 3,240
Below 250HB  |SPNW14[ 300 | 08 ~70 410 | 3,690 | 300 0.8 ~87 330 | 2,970
350 | 06 ~70 350 | 2,940 | 350 0.6 ~87 280 | 2,350
~150 | 2 ~70 480 | 5,180 | ~150 2 ~87 380 | 4,100
Die steel Jceoso | 200 | 18 ~70 480 | 5,180 | 200 1.8 ~87 380 | 4,100
(1.2344,1.2379) |(JC8118)] 250 | 15 ~70 450 | 4,050 | 250 15 ~87 360 | 3,240
Below 255HB  |SPNW14( 300 | 08 ~70 410 | 3,690 300 0.8 ~87 330 | 2,970
350 | 0.6 ~70 350 | 2,940 | 350 0.6 ~87 280 | 2,350
~150 | 2 ~70 480 | 5,180 | ~150 2 ~87 380 | 4,100
Mold steel | Jc8050 | 200 | 1.8 0 480 | 5,180 | 200 18 ~87 380 | 4,100
(1.2311,P20) [(JC8118)| 250 | 15 ~70 450 | 4,050 | 250 15 ~87 360 | 3,240
30-36HRC  |SPNW14| 300 | 08 ~70 410 | 3,690 300 0.8 ~87 330 | 2,970
350 | 0.6 ~70 350 | 2,940 | 350 0.6 ~87 280 | 2,350
~150 | 1.6 ~70 320 | 2,880 | ~150 16 ~87 250 | 2,250
Mold steel | JC8118 | 200 | 14 ~70 320 | 2,880 | 200 1.4 ~87 250 | 2,250
(1.2311,P21) [(JC8050)| 250 | 1.2 ~70 320 | 2,880 | 250 1.2 ~87 250 | 2,250
38-43HRC  |SPNW14| 300 | 0.7 ~70 250 | 2,100 | 300 0.7 ~87 200 | 1,680
350 = - = - 350 - - = =
~150 1 ~70 290 | 2,090 | ~150 1 ~87 230 | 1,660
Hard;gz? die Jcatis |20 [ 1 ~70 290 | 1,740 | 200 | 1 ~87 230 | 1,380
(1.2344, 1.2379) | SPNW14 250 0.8 ~70 290 | 1,390 | 250 0.8 ~87 230 | 1,100
42-55HRC 300 0.5 ~70 220 920 | 300 05 ~87 180 760
350 = = = = 350 = = = =
~150 2 ~70 570 | 6,160 | ~150 2 ~87 460 | 4,970
Gregait'\i‘;iu'a’ Jcaig |20 | 18 ~70 570 | 6,60 | 200 | 1.8 ~87 460 | 4,970
(GG.GGG) |SPNWA4 250 15 ~70 570 | 5130 | 250 15 ~87 460 | 4,140
Below 300HB 300 0.8 ~70 510 | 4,590 | 300 0.8 ~87 410 | 3,690
350 0.6 ~70 510 | 4,280 | 350 0.6 ~87 410 | 3,440

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, V. Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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= Il RECOMMENDED CUTTING CONDITIONS
% @ Facemill type (Insert 14-type)
=
= Tool dia. (mm)
Work Insert 160
Materials ~ |Grades No. of teeth ZN
ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min)
~150 | 2 ~112 300 | 3,780
Carbon steel | JC8050 200 1.8 ~112 300 | 3,780
(C50,C55)  [(JC8118)[ 250 | 15 =12 280 | 2,940
Below 250HB  |SPNW14[ 300 0.8 ~112 260 | 2,730
350 | 06 ~112 220 | 2,160
~150 | 2 ~112 300 | 3,780
Die steel JC8050 200 1.8 ~112 300 3,780
(1.2344,1.2379) |(JC8118)| 250 | 15 ~112 280 | 2,940
Below 255HB  |SPNW14[ 300 0.8 ~112 260 2,730
350 | 0.6 =12 220 | 2,160
~150 2 ~112 300 3,780
Mold steel JC8050 | 200 | 1.8 ~112 300 | 3,780
(1.2311,P20) |(JC8118)[ 250 | 15 ~112 280 | 2,940
30-36HRC  [SPNW14( 300 | 0.8 ~112 260 | 2,730
350 | 06 =A12 220 | 2,160
~150 | 1.6 ~112 200 | 2,100
Mold steel Jcei1g| 200 | 14 A2 200 | 2,100
(1.2311,P21) |(JC8050)[ 250 | 1.2 112 200 | 2,100
38-43HRC  |SPNW14| 300 | 0.7 A1 160 | 1,570
350 = - = -
_ ~150 1 ~112 180 | 1,510
Hard;gzld die Jcatis |20 [ 1 112 180 | 1,260
(1.2344, 1.2379) |SPNW14 290 0 eIl 160 || VD
42-55HRC 300 0.5 ~112 140 690
350 = = = =
Grow & Nodul ~150 2 =12 360 | 4,540
2 & NI 200 1.8 ~112 360 | 4,540
(é’gsg’gg) S‘ng\}& 250 | 15 | ~112 360 | 3,780
Below 300HB 300 0.8 =72 320 | 3,360
350 0.6 ~112 320 3,140

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, V. Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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Il FEATURES

¢ Achieve high metal removal rate by double side 6 cutting edges insert

Ie side usable!
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¢ |nsert thickness 7.5mm gives 1.5 times stronger than conventional tools.

Indexable Tools

Insert thickness 7.5mm

¢ Inclined dovetail seat prevents movement of insert.

Inclined dovetail seat

e Stable high feed machining is possible even in case of L/Dc>6.
¢ High efficient pocket milling by excellent ramping and helical interpolation.

¢ PVD coated grade <JC7560> against thermal shock

- Ti based nitride layer with excellent welding resistance and low friction

Al-Cr based nitride layer with oxidation and thermal resistance
Ti-Al based nitride layer with wear and thermal resistance

Adhesion layer
Substrate with thermal crack resistance and thermal shock resistance

In case of rough milling, JC7560 improve heat fracture resistance and
impact strength.
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@ Fig.1: Through coolant hole
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a

Set bolt built into the cutter body

Il BODY
Dimensions (mm)
§ Cat. No. sock| o Set Bolt weight | ey
B2 wes|@@Dc| Lf [@Db| @d |@d1| a b | £ (ka)
EXSKS-4050R-22 |@| 4| 50| 55 | 40| 22 | 9.6|10.4| 6.3 | 19 |M10x1.5x25* . 0.3 3
EXSKS-4052R-22 |(@| 4| 52| 50 | 40| 22 |17 |10.4| 6.3 | 20 M10 %g 04| 1
g EXSKS-5063R-22 |@|5| 63| 50 | 48| 22 |17 |10.4| 6.3 | 20 M10 g?_, 05| 1
O | EXSKS-5063R-27 |@| 5| 63 | 50 | 48| 27 |20 |12.4]7 | 22 1275600 g | 0.5] 1
= | EXSKS-5066R-27 |@| 5| 66 | 50 | 48 | 27 |20 |12.4]7 | 22 |w12x175x30° T=2105]1
= | EXSKS-6080R-27 |@| 6| 80| 55 | 65| 27 |37 |12.4|7 22 M12 09| 2
EXSKS-7100R-32 |@| 7 (100 | 55 | 85| 32 (45 |(14.4|8 32 M16 Clamp | 17| 2
EXSKS-8125R-40 |@| 8 | 125 | 55 | 100 | 40 |60 |16.4| 9 35 M20 bolt |1 271 2
EXSKS-9160R-40 (@9 (160 | 55 100 | 40 |85 |16.4|9 35 M20 39| 2

Note) 1. All cutters are supplied without inserts. F—— P ————,
2. Please refer page C031-C032 for recommended cutting conditions. (%)
3. * mark shows: these cutter bodies are equipped with the set bolt because of CSW-513H 55
the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted ]
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Dimensions (mm) PVD coated
Cat. No. Tolerance| A |+ | B | . | Jo7se0 | Jos11s
WNMU090720ZER-PM M 14 |7.661.94 2 [ ] ®
10 inserts per case
H PARTS
Clamp screw Wrench
CSW-513H A-20

B CUTTING PERFORMANCE

Cutting Force Comparison

Cutting condition
Mat‘l: S50C (C50)
( 18% reduction from conventional tool )

Tool dia.: ¢ 63mm

Ve=150m/min, fz=1.5mm/t 10% reduction from competitor D

(N)

ap=1.5mm, ae=40mm 6,000 —
5,000 M—
4,000 —— — || |
3000 — || . .
2000 b+ — H NN B =
X (Feed force)
1,000 | I | | Y (Main force)
Z (Back force)
0 Resultant force

Conventional Competitor D EXSKS type
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I CASE STUDIES °_°|
1. High feed machining on mold steel =
Surface roughing Part name Cavity mold 2
;‘5‘ Material Mold steel (heat-treated)
Hardness 30-34HRC
= Tool No. EXSKS-7100R
= Insert No. WNMUQ090720ZER-PM (JC7560)
Cutting i 325min’!
speed vl 102m/min
g Feed | Vf| 3,980mm/min
= | %% k| 1.75mmn
_ | EXSKS achieved high metal removal é‘ ap (mm) 2.5mm
S | rate (Q=756cm?/min) by 2.4 times 3
é compared with conventional tool and de (mm) 76mm
showed normal wear after machining
80min. Coolant Dry
Machine Vertical MC (24kW)
2. High feed machining on die structure part
Rough face milling Part name Die structure part
E | Maera FC350 (GG35)
Hardness -
= Tool No. EXSKS-6080R
= Insert No. WNMUO090720ZER-PM (JC7560)
Cutting i 500min’!
speed el 1 25m/min
Overhung length: 220mm | « Feed | Vf[ 5,000mm/min
S| e Tl 1eemmit
No chatter, very smooth cutting. E. dp (mm) 3mm
= Achieved high metal removal rate by é
@ | 1.9 times and longer tool life by 1.5 = ae (mm) 47mm
e | times compared with competitor D. Cool
Able to machining for 5 hours. oolant Dry
Machine Double column MC
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ﬁ M Definition of corner for programming

>

=

E (mm)

Corner radius for Over cut Ramaing
programming

R3.0 0 1.41
R3.5 0 1.30
R4.0 0.025 1.19

M Instructions for profile milling
@ Ramping @ Helical interpolation

@ Calculation of tool pass dia.
@pdc=@Dh- ¢Dc

Tool pass dia.  Bore dia. Tool dia.

@ Depth of cut per one circle should not
exceed max. depth of cut ap.

Tool dia. p Dc

@ Down cutting is recommended.Tool pass
rotation should be counter-clockwise.

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@ In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ Long continous chips may come out in case of drilling, confirm the safe cutting conditions.

TQOI Eﬁec_tive Max. Ramping Helical interpolation S —
Cat. No. dia. | cutting | depth of Max.ramping | Total cutting length L(m) | Min. bore di Max. bore depth

(p DC dla. cut ap o in. 'OI'E 1a. dfe (mm)

(mm)| (mm) (mm) ange e Dhvmin (M) | 51y max (mm)
EXSKS-*050 50| 33.7 3 2°24’ 71.6 68 96 2
EXSKS-*052 52| 835.7 3 2°24' 71.6 72 100 2
EXSKS-*063 63 46.7 3 3° 57.3 94 122 2
EXSKS-*066 66| 49.7 3 2°42' 63.7 100 128 2
EXSKS-*080 80| 63.6 3 2°18’ 74.7 128 156 2
EXSKS-*100 100 83.6 3 1°42' 101.1 168 196 2
EXSKS-*125 125 | 108.5 3 1°18’ 132.2 218 246 2
EXSKS-*160 160 | 143.5 3 1° 171.9 288 316 2
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I RECOMMENDED CUTTING CONDITIONS (5°)
=)
: =
Tool dia. (mm) 7
50/52 63/66 80
Work materials Grades No of teeth 4N No. of teeth 5N No. of teeth 6N
2 ap n % Pc 2 ap n Vi Pc 2 ap n Vi Pc
(mm) | (mm) | (min™) (mm/min) kW) | (mm) | (mm) | (min™) (mm/min) W) | (mm) | (mm) | (min™) (mm/min) (kW)
~150 | 2 950 | 7,600 | 124 | ~150 [ 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 187
200 15 | 800 | 6400 | 78 | 200 18 | 680 | 6800 | 125 | 200 | 18 | 540 |6480 | 152
Carbonsteel | 5560 [ 250 | 1 650 | 3900 | 32 250 | 15 600 | 6,000 | 92 250 | 1.8 | 480 |5760 | 135
a0 o |ucs11g)[ 300 | 06 | 650 | 2600 | 13 | 300 | 1 550 | 5500 | 56 | 300 | 15 | 440 | 5280 | 103
350 | — = - = 350 | 06 | 550 | 4125 | 25 | 350 | 1 440 | 5280 | 69
400 | — = - = 200 | 04 | 550 | 2750 | 11 400 | 06 | 440 [3960 | 31
~150 | 2 950 | 7,600 | 124 | ~150 | 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 18.7
; 200 | 15 | 800 | 6400 | 78 | 200 18 | 680 | 6800 | 125 | 200 | 18 | 540 |6480 | 152
(1'221‘64?1‘?;3'79) Jc7560 | 250 | 1 650 | 3,900 | 32 250 | 15 600 | 6,000 | 9.2 250 | 18 | 480 | 5760 | 135
Bolow 255ns. |(UC8118)| 300 | 06 | 650 | 2600 [ 1.3 | 300 | 1 550 | 5500 | 56 | 300 | 1.5 | 440 | 5280 | 103
350 | — = - = 350 | 06 | 550 | 4125 | 25 | 350 | 1 440 | 5280 | 69
400 | — = — = 400 | 04 | 550 | 2750 | 1.1 400 | 06 | 440 3960 | 31
~150 | 2 830 | 6640 | 123 | ~150 | 2 650 | 6,500 | 152 | ~150 | 2 520 | 6,240 | 185
200 15 | 700 | 5600 | 78 | 200 | 18 | 580 | 5800 | 122 | 200 | 18 | 470 | 5640 | 151
(1“"2"3"1*15‘55(')) JC7560 | 250 | 1 570 | 3420 | 32 | 250 | 15 | 520 | 5200 | 91 | 250 | 18 | 420 | 5040 | 135
30360Rc. |0C8118)| 300 | 06 | 570 [ 2280 | 13 [ 300 | 1 460 | 4600 | 54 | 300 | 15 | 360 | 4320 | 96
350 | — = — = 350 | 06 | 460 | 3450 | 24 | 350 | 1 360 | 4320 | 64
400 | — = - = 400 | 04 | 460 | 2300 | 1.1 400 | 06 | 360 | 3240 | 29
~150 | 1.5 | 700 | 2,800 | 68 | ~150 | 1.5 | 550 | 2,750 | 84 | ~150 | 15 | 430 | 2,580 | 10.1
200 | 1 600 | 2400 | 39 | 200 | 12 | 500 | 2500 | 6.1 200 | 12 | 390 | 2340 | 73
(1“"2"3"?15‘;;') Jcanis |250 | 07 [ 40 [960 | 22 | 250 | 1 440 | 2200 | 45 | 250 | 12 | 340 | 2,040 | 64
ST 300 04 | 490 | 980 | 06 | 300 07 | 380 | 1,900 | 27 | 300 | 1 300 | 1,800 | 47
350 | — = - = 350 | 05 | 380 | 1900 | 19 | 350 | 07 | 300 | 1,800 | 33
400 | — = = = 200 | — — — — 400 | 04 [ 300 | 1800 | 19
~150 | 1.5 | 510 | 2040 | 66 | ~150 | 15 | 400 | 2000 | 82 | ~150 | 15 | 320 | 1,920 | 10.0
. 200 | 1 460 | 1,840 | 40 | 200 | 12 | 360 | 1800 | 59 | 200 | 12 | 2900 | 1,740 | 72
H;"’Z‘;'Ed]d';;;;)e' scanis |—2501 07 [ 420 [ 80| 25 | 250 [ 1 320 | 1,600 | 44 | 250 | 12 | 260 | 1560 | 65
(ST 300 04 | 420 | 840 | o7 | 300 07 | 280 | 1,400 | 27 | 300 | 1 220 | 1,320 | 46
350 | — - = = 350 | 05 | 280 | 1400 | 19 | 350 | 07 | 220 [1320 | 32
400 | — = = = 400 | — = = = 400 | 04 | 220 [ 1320 | 18
~150 | 25 | 950 | 7,600 | 124 | ~150 | 25 | 750 | 7,500 | 154 | ~150 | 25 | 600 | 7,200 | 187
: 200 | 2 800 | 6400 | 83 | 200 | 2 680 | 6,800 | 11.1 200 | 2 540 | 6480 | 135
(gg’;agg‘;g) Jcg118 | 250 | 15 650 | 3900 | 38 250 | 15 600 | 6000 | 74 250 | 2 480 | 5760 | 120
Below 3004 |(C7560) [ 300 | 1 650 | 2600 | 17 | 300 | 1 550 | 5500 | 45 | 300 | 15 | 440 | 5280 | 82
350 | — = = = 350 | 06 | 550 | 4125 | 20 | 350 | 1 440 | 5280 | 55
400 | — = = - 200 | 04 | 550 | 2750 | 09 | 400 | 06 | 440 |3960 | 25
~150 | 25 | 950 | 7,600 | 124 | ~150 | 25 | 750 | 7,500 | 154 | ~150 | 25 | 600 | 7,200 | 187
Nodular et o 200 | 2 800 | 6400 | 83 | 200 [ 2 680 | 6800 | 11.1 200 | 2 540 | 6480 | 135
(6oG50,66670) | scgrrg |250 | 15 | 650 | 3900 | 38 | 250 | 15 | 600 | 6000 | 74 | 250 | 2 480 | 5760 | 120
Below 300HB 300 | 1 650 | 2,600 | 17 | 300 | 1 550 | 5500 | 45 | 300 | 15 | 440 | 5280 | 82
350 | — = = = 350 | 06 | 550 | 4125 | 20 | 350 | 1 440 | 5280 | 55
400 | — = = = 200 | 04 | 550 | 2750 | 09 | 400 | 06 | 440 |3960 | 25
~150 | 2 950 | 5700 | 148 | ~150 | 2 750 | 5625 | 184 | ~150 | 2 600 | 5400 | 225
200 15 | 800 | 4800 | 94 | 200 | 18 | 680 | 5100 150 | 200 1.8 | 540 [ 4860 | 182
Stainless steel 250 | 1 650 | 2600 | 34 | 250 | 15 | 600 | 4500 | 11.1 250 | 18 | 480 | 4320 | 162
Below 250HB | 17560 5000 5T 65p 2600 | 20 300 | 1 550 [ 3300 | 54 | 300 15 | 440 [3960 | 124
350 | — = = = 350 | 06 | 550 | 2750 | 27 | 350 | 1 440 [ 3168 | 66
400 | — = = = 200 | 04 | 550 [ 2750 | 18 | 400 | 06 | 440 | 2640 | 33

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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E I RECOMMENDED CUTTING CONDITIONS
D
=
E Tool dia. (mm)
100 125 160
Work materials Grades No. of teeth 7N No. of teeth 8N No. of teeth 9N
ap n Vi © ap n Vi c ap n Vi (3
(mm) | (mm) | (min™) {mm/min)| W) | (mm) | (mm) | (min™) (mm/min)] W) | (mm) | (mm) | (min™) (mm/min) (kW)
~150 | 2 480 | 6,720 | 218 | ~150 | 2 380 | 6,080 | 247 | ~150 | 2 300 | 5400 | 28.1
200 | 2 430 | 6020 | 196 | 200 | 2 340 | 5440 | 221 | 200 | 2 270 | 4860 | 253
Carbonsteel | 5o [ 250 | 2 380 | 5320 | 173 | 250 | 2 300 | 4800 | 195 | 250 | 2 240 | 4320 | 225
a0 . |ucsig [ 300 [ 15 | 350 [ 4900 | 11.9 | 300 | 2 280 | 4480 | 182 | 300 | 2 220 | 3960 | 206
350 | 15 | 350 | 4,900 | 119 | 350 | 15 | 280 | 4480 | 137 | 350 | 2 220 | 3960 | 206
400 | 1 350 | 4900 | 80 | 400 | 15 | 280 | 4480 | 137 | 400 | 15 | 220 | 3960 | 154
~150 | 2 480 | 6,720 | 218 | ~150 | 2 380 | 6,080 | 247 | ~150 | 2 300 | 5400 | 28.1
200 2 430 | 6020 | 196 | 200 | 2 340 | 5440 | 221 | 200 | 2 270 | 4860 | 253
0 22?45:6293'79) jc7se0 | 250 | 2 380 | 5320 | 173 | 250 | 2 300 | 4800 | 195 | 250 | 2 240 | 4320 | 225
b s ucsiie)| 300 | 15 | 350 | 4900 | 119 | 300 2 280 | 4480 | 182 | 300 | 2 220 | 3960 | 206
350 | 15 | 350 | 4900 | 119 | 350 | 15 | 280 | 4480 | 137 | 350 | 2 220 | 3960 | 206
400 | 1 350 | 4900 | 80 | 400 | 15 | 280 | 4480 | 137 | 400 | 15 | 220 | 3960 | 154
~150 | 2 410 | 5740 | 213 | ~150 | 2 330 | 5280 | 245 | ~150 | 2 260 | 4680 | 27.8
200 | 2 370 | 5180 | 192 | 200 | 2 300 | 4800 | 223 | 200 2 230 | 4140 | 246
Moldsteel | j7550 [ 250 [ 2 330 | 4620 | 172 250 | 2 260 | 4,160 | 193 250 | 2 210 | 3,780 | 225
(232129 |ucstig)| 300 | 15 | 280 | 3920 | 109 | 300 | 2 230 | 3,680 | 171 | 300 | 2 180 | 3240 | 193
350 | 15 | 280 | 3920 | 109 | 350 | 15 | 230 | 3680 | 128 | 350 | 2 180 | 3,240 | 193
400 | 1 280 | 3920 | 73 | 400 | 15 | 230 | 3680 | 128 | 400 | 15 | 180 | 3240 | 144
~150 | 15 | 350 | 2450 | 119 | ~150 | 15 | 280 | 2,240 | 137 | ~150 | 15 | 220 | 1,980 | 154
200 | 15 | 310 | 2170 | 106 | 200 | 1.5 | 250 | 2,000 | 122 | 200 | 15 | 200 | 1,800 | 140
(1“";3'?1“:261') ot |20 12 | 280 1960 | 76 | 250 | 15 | 220 | 1,760 | 107 | 250 | 15 | 180 | 1,620 | 126
SoASHRC 300 | 1 250 | 1,750 | 57 | 300 | 15 | 200 | 1,600 | 98 | 300 | 15 | 150 | 15350 | 105
350 | 1 250 | 1,750 | 57 | 350 | 1 200 | 1600 | 65 | 350 | 15 | 150 | 1,350 | 105
400 | 07 | 250 | 1,750 | 40 | 400 | 1 200 | 1600 | 65 | 400 | 1 150 | 1,350 | 70
150 | 15 | 250 | 1,750 | 114 | ~150 | 15 | 200 | 1,600 | 130 | ~150 | 15 | 160 | 1,440 | 150
_ 200 | 15 | 230 | 1610 | 105 | 200 | 1.5 | 180 | 1,440 | 11.7 | 200 | 15 | 150 | 1,350 | 140
Hf{dzg’;id]d';;t;f' scanig | 2501 12 [ 200 [ 1400 73 | 250 [ 15 | 160 [ 1,280 [ 104 [ 250 | 15 [ 130 [ 1170 [ 122
i 300 | 1 180 | 1,260 | 55 | 300 | 15 | 140 | 1120 | 91 | 300 | 15 | 110 | 990 | 103
350 | 1 180 | 1,260 | 55 | 350 | 1 140 | 1120 | 64 | 350 | 15 | 110 | 990 | 103
400 | 07 | 180 | 1,60 | 38 | 400 | 1 140 | 1120 | 61 | 400 | 1 10 | 990 | 69
~150 | 25 | 480 | 6720 | 218 | ~150 | 25 | 380 | 6,080 | 247 | ~150 | 25 | 300 | 5400 | 28.1
200 | 25 | 430 | 6020 | 196 | 200 | 25 | 340 | 5440 | 221 | 200 | 25 | 270 | 4860 | 253
Greycastion | yegyqg [ 250 [ 2 380 | 5320 138 | 250 | 25 | 300 | 4800 | 195 | 250 | 25 | 240 [ 4320 | 225
(6625, 8639 uczseo | 300 | 2 350 | 4900 | 127 | 300 | 2 280 | 4480 | 146 | 300 | 25 | 220 | 3960 | 206
350 | 15 | 350 | 4900 | 96 | 350 | 15 | 280 | 4480 | 109 | 350 | 2 220 | 3960 | 165
400 | 1 350 | 4900 | 64 | 400 | 15 | 280 | 4480 | 109 | 400 | 15 | 220 | 3960 | 124
~150 | 25 | 480 | 6720 | 218 | ~150 | 25 | 380 | 6080 | 247 | ~150 | 25 | 300 | 5400 | 28.1
‘ 200 | 25 | 430 | 6020 | 196 | 200 | 25 | 340 | 5440 | 221 | 200 | 25 | 270 | 4860 | 253
(gg‘éls'gcgség‘;g) e 20 2 380 | 5320 | 138 250 | 25 300 | 4,800 | 195 250 | 25 240 | 4320 | 225
R 300 | 2 350 | 4900 | 127 | 300 | 2 280 | 4480 | 146 | 300 | 25 | 220 | 3960 | 206
350 | 15 | 350 | 4900 | 96 | 350 | 15 | 280 | 4480 | 109 | 350 | 2 220 | 3960 | 165
400 | 1 350 | 4900 | 64 | 400 | 15 | 280 | 4480 | 109 | 400 | 15 | 220 | 3960 | 124
~150 | 2 480 | 5040 | 262 | ~150 | 2 380 | 4560 | 296 | ~150 | 2 300 | 4050 | 337
200 | 2 430 | 4515 | 235 | 200 | 2 340 | 4080 | 265 | 200 | 2 270 | 3,645 | 303
Stinlesssteel | e o | 250 | 2 380 | 3,990 | 207 | 250 | 2 300 | 3,600 | 234 | 250 | 2 240 | 3,240 | 27.0
Below 250HB 300 | 15 | 350 | 3675 | 143 | 300 | 2 280 | 3360 | 218 | 300 | 2 220 | 2970 | 247
350 | 15 | 350 | 3675 | 143 | 350 | 15 | 280 | 3360 | 164 | 350 | 2 220 | 2970 | 247
200 | 1 350 | 3675| 96 | 400 | 15 | 280 | 3360 | 164 | 400 | 15 | 220 | 2,970 | 185

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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Adopted ultra-rigid "G-Body" improved body
durability and tool life
by 30% or more.

«Carbide shim prevents body damage and
improved security when insert was broke!
«Tool stahility gives longer.

B FEATURES

H High efficient machining is possible with long overhung by controlling the cutting forces in case of deeper
machining.

Positive axial rake (+8 degree): Over ¢ 20mm
Adopted new double clamp system
3 cutting edges economical insert

H 10 type insert for severe interrupted cutting.

@ |arger size Inserts version for
severe interrupted cutting and
large size cutter.

@ |n case of over 250mm overhung
length and severe interrupted
cutting, recommend to use
10 type insert.

WDMWO080520ZTR WDMW10X620ZTR 08 type insert (left) &
10 type insert (right)
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’ Fig.1 Through Coolant Hole  Fig.2 Without Coolant Hole Fig.3 With Coolant Hole
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H BODY/FACE MILL TYPE

Mo, Dimensions (mm) weight | Applicable |-
Type Cat-No.feos | @Dc| Lt |@Db| @d |@di| a | b | £ |(kg)| Inserts Fig.
SKS-3040R-06-16 |@|3| 40 | 45| 37| 16 |14 8.4| 5.6/ 18 | 0.3 |WD3%3x06...| 1
SKS-3050R-08-22 (@|3| 50 | 50 | 47| 22 [16.5/10.4 | 6.3| 20 (0.4 1
SKS-4050R-08-22 (@|4| 50 | 50 | 47| 22 |16.5/10.4 | 6.3| 20 [ 0.4 T
SKS-4052R-08-22 (@|4| 52 | 50 | 47| 22 |17 |10.4| 6.3| 20 (0.4 T
SKS-4063R-08-22 |@|4| 63 | 50 | 60| 22 |17 |10.4| 6.3| 20 | 0.7 |WD308... T
SKS-4063R-08-27 (@|4| 63 | 50 | 60| 27 |20 (124 | 7 | 22 (0.7 T
Metric | SKS-4066R-08-27 (@ (4| 66 | 50 | 61| 27 (20 (124| 7 | 22 |0.7 T
Bore | SKS-5080R-08-27 |@|5| 80 | 55| 76| 27 |37 |124| 7 | 22 |16 T
SKS-6100R-08-32 (@|6|100 | 55| 96| 32 (45 |144| 8 | 32 |19 7
SKS-3050R-10-22 |1 | 3| 50 | 65| 47| 22 9.6/10.4| 6.3/ 19 (0.7 3
SKS-4063R-10-22 (@ | 4| 63 | 50 | 60| 22 |17 |10.4| 6.3| 20 | 0.5 T
SKS-4063R-10-27 (@ |4| 63 | 50 | 60| 27 |20 |124| 7 | 22 |05 T
SKS-5080R-10-27 (@ |5| 80 | 55| 76| 27 |37 |12.4| 7 | 22 |14 |WDx:3x10... ?
SKS-6100R-10-32 (@ |6|100 | 55| 96| 32 |45 |144| 8 | 32 | 1.7 7
SKS-6125R-10-40 (@ |6|125 | 55| 85| 40 (60 |16.4| 9 | 35 | 3.1 ?
SKS-7160R-10-40 (@ |7|160 | 55 | 120| 40 |85 |(16.4| 9 | 35 (4.6 7

Note) 1. All cutters are supplied without inserts. Modular H T
2. Please refer page C027-C032 for recommended cutting conditions. A L G 1 g
3

. In case of using double clamp type please refer page C009.

{ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Fig.1 Through Coolant Hole Fig.2 Without Coolant Hole
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B BODY/FACE MILL TYPE

Dimensions (mm) Aoplicab
sl weight| Applicable| .
Type Cat. No. uock| of ©De| Li |@Db| @d|@di| a| b | & |kg| Inserts Fig.

SKS-5050R-06-22
SKS-5052R-06-22
Metric| SKS-5063R-08-22

Bore | SKS-5063R-08-27

5|50 | 50 | 47 | 22 |16.5/10.4| 6.3 | 20 | 0.4 |WD3x3x06...
5|52 | 50 | 47 | 22 |17 |10.4| 6.3 | 20 | 0.6 |WD3x3x06...
5163 | 50 | 60 | 22 |17 |10.4| 6.3 | 20 | 0.7 |WD3x3x08...
5
5

63 | 50 | 60 | 27 |20 |12.4|7 22 | 0.7 |WD33x08...
SKS-5066R-08-27 66 | 50 | 61 | 27 |20 |124|7 22 [ 0.7 (WD 3x08...
SKS-6080R-08-27 6]180 | 55| 76 | 27 |37 (124 |7 22 | 1.2 [WDx3x08..| 2

Note) 1. All cutters are supplied without inserts. e R e B T X Please refer Page B0O12
2. Please refer page C027-C032 for recommended cutting conditions. o g

3. In case of using double clamping mechanism type, please refer
page C009.

RN G [N [ W (U O QU Y

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted ]
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H BODY/END MILL TYPE

" Dimensions (mm) Applicable .
Type cat. No. SO%offues @Dc | £2 Ls L @Ds Inserts Fig.
SKS-2016-20515 | ® | 2 | 16 | 20 | 90 | 110 | 15 2
SKS-2016-50-516 | @ | 2 | 16 | 50 | 60 | 110 | 16 |WOxx04..[1
SKS-201720516 | ® | 2 | 17 | 20 | 90 | 110 | 16 >
Regular [SKS-2020-50-520 | ® | 2 | 20 | 50 | 80 | 130 | 20 ]
iype |SKS-2021-50-520 | @ | 2 | 21 | 50 | 80 | 130 | 20 |WD¥x05.1y
SKS-202560-525 | ® | 2 | 25 | 60 | 80 | 140 | 25 — 3
SKS-202660525 | ® | 2 | 26 | 60 | 80 | 140 | 25 |WDHex06.. 1"
SKS-203270-532 | @ | 2 | 32 | 70 | 80 | 150 | 32 |WDxx08..| 3
SKS-303270-532 | @ | 3 | 32 | 70 | 80 | 150 | 32 |WDxx06.. 3
SKS-2016-20L-S15 | ®@ | 2 | 16 | 20 | 130 | 150 | 15 2
SKS-2016-70-S16 | ® | 2 | 16 | 70 | 80 | 150 | 16 |WOxx04..| 1
Long |SKS-2017-20L-516 | @ | 2 | 17 | 20 | 130 | 150 | 16 2
type |SKS-2020-100-S20 | ® | 2 | 20 | 100 | 80 | 180 | 20 1
SKS-2021-50L-520 | @ | 2 | 21 50 | 130 | 180 | 20 |WDxx05.| ¢
SKS-2025-120-525 | ® | 2 | 25 | 120 | 80 | 200 | 25 - 3
SKS-2026-60L-S25 | ® | 2 | 26 | 60 | 140 | 200 | 25 |WD#x06..I5"
Note) ; é\ll(laggg?;;rgasgg%E;e;?%t(gg;tgOS;?:ESéOM for recommended cutting Mt Hulanieatie
3. ?r?gglstleogfshsing double clamping mechanism type, please refer
page C009.

{ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Il BODY/END MILL TYPE

Dimensions (mm) Aoplicabl
No. pplicable 5
Type Cat. No. 0% o fes @Dc 22 Ls L @Ds Inserts Fig.
Long [SKS-2032-120-S32 o 2 32 120 80 200 32 |WD**08...| 3
type [SKS-3032-120-S32 | @ 3 32 120 80 200 32 |WD**06...| 3
SKS-2020-130-S20 ([ 2 20 130 120 250 20 1
WD 3% 3%05... - —
SKS-2021-50E-S20 O 2 21 50 200 250 20 1
Extra |SKS-2025-180-S25 [ 2 25 180 120 300 25 WD %06 3
Long |SKS-2026-60E-S25 O 2 26 60 240 300 25 R S
SKS-2032-180-S32 O 2 32 180 120 300 32 |WD*x08...| 3
SKS-3032-180-S32 | @ 3 32 180 120 300 32 |WD*x06...| 3
7e 2. Plegge?tresfe?rg:;ngIC?27Y(v3|O§9u, 8555—86034 for recommended cutting WL N LR Please refer Page 6012
conditions.
3.1n calsle of using double clamping mechanism type, please refer
page C009.
[ @ : Standard stock items [] : Stock in Japan O : Soon to be deleted
H PARTS
Clamp screw Clamp set Wrench
Applicable 0
Inserts & Q /
WO :x04... TSW-2556H - A-08SD
WD %05... DSW-306H - A-10
o A-15T  FaceMillType
% CSW-408H DCM-18 P
WD3¢3¢06... A-15 EndMillType
DSW-4510H DCM-17 A-20  FaceMillType
WD33x08... A-20SD EndMillType
WD x10... DSW-4512H DCM-17 A-20
Clamp Screw Recomm(tﬁcrine)d Torque
TSW-2556H 0.9
DSW-306H 1.8
CSW-408H 3.6
DSW-4510H 6.0
DSW-4512H 6.0
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Fig.6

N

Fig.5
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Fig.7 Fig% ~——
™ ™
2 G % =
Bl \ 53/ BlL \ 53/
A T A T
S Dimensions (mm) PVD coated
Cat.No. :
© A T B | re 6°| JC7560 JC8015 JC8050 JC8118 JC5040
WOMWO04T215ZER 6.5/28 |08 |15 |13 | @Fig1 | @Fig1 | @Fig ® @rFig2
WDMWO050316ZER 8 |32 |1 16 | 15 @Fig4
WDMWO050316ZTR 8 (32 |1 16 | 15 | @Fg1 | @Figt @Fig 1 () @®rig2
WDMWO06T320ZER 10 (39712 |2 15 @rig4
WDMWO06T320ZTR | M |10 |3.97/12 |2 15 | @Fig1 | @Fig1 | @Fig1 ® @Fig2
WDMWO080520ZER 13 |55 |15 |2 15 @Fig4
WDMW080520ZTR 13 |55 |15 |2 15 | @Figs | @Figs | @Fig5 (] @rigs
WDMW10X620ZER 16 |6 2 |2 15 @rig4
WDMW10X620ZTR 16 |6 2 2 15 | @Fig7 @Fig7 ®rig7 o @rigs

10 inserts per case

[ © : First Choice, Good Condition @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Il INSERT WITH CHIPBREAKER
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PVD Coated

Fig.9 I Fig.10 T Fig.11 |
N H AN H A
ST A5 Y (51 g

N L— Ne = Ne  L—
Bl i Bl 3/ B[ i
A T A T A T
g Dimensions (mm) PVD coated
Cat. No. S
© A T B | re 6°| JC7560 JC8015 JC8050 JC8118

WOMTO04T215ZER 6.5/2.8 |0.8 |15 | 13 @ Fig.11 @ Fig.9 @ Fig.11 [ J

WDMT050316ZER 8 |32 |1 16 | 15 @ Fig.10 @ Fig9 @ Fig.10 [ J

WDMTO06T320ZER M |10 39712 |2 15 @ Fig.10 @ Fig9 @ Fig.10 [ J

WDMT080520ZER 13 |55 |15 |2 15 @ Fig.10 @ Fig.9 @ Fig.10 [ J

WDMT10X620ZER 16 |6 2 2 15 @ Fig.10 @ Fig9 @ Fig.10 [ J

10 inserts per case

© : First Choice, Good Condition @ : Standard stock items [ : Stock in Japan O : Soon to be deleted J
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Tooling by DIJET

High Feed Diemaster

I CASE STUDIES

1. Machining tough die steel with bore for stamping die.

SKStypPE

Overhung length: 200mm Part name Stamping die
= Material SKD11
=
Hardness Raw material
_ Tool No. SKS-4063R-08
[=]
o
a Grade WDMWO080520ZTR, JC5040
Ve, (n) 178m/min (900min")
2 VA, (fz) 2,520mm/min (0.7mm/t)
Result g ap (mm) 1mm
£
Rough machining comparison among § Eo () 40mm
3 competitors. Competitors got 60m & CaalEni D
90m tool life, SKS achieved 150m and el ry
was still able to continue. ) _
Machine Vertical MC
2. Improved tool life on plastic mold.
Roughing :
Metal removal rate: Q=115cm?/ Part name Plasticmold
min Overhung length: 150mm -
- g Material NAK80 Pre-hardened steel
Hardness 39HRC
_ Tool No. SKS-4063R-10-22 (4N)
[=]
2
Grade WDMW10X620ZER, JC5118
Ve, (n) 138m/min, (700min-')
@ Vi, (fz) 3,200mm/min, (1.14mm/t)
: S
Result g ap (mm) 0.8mm
Competitor's cutter (¢ 63-6N) got 80m 2
tool life. After machlngue\ 160m, S § St i) A4smm
showed normal wear (VB: only 0. 09mm) © )
and was still able to continue. SKS Coolant Air blow
achieved over 2 times longer tool life
compared with competitor's cutter. Machine Horizontal MC
3. Improved efficiency & tool life on forging die by modular head + carbide shank.
Overhung length: 100mm Part name Forging die
Aadius cutter = Material 1.2714 Hot work tool steel
Vf=2,800mm/min, ap=1m 2 :
Q=70cc/min, b= =
Tool life: 45 6Om|n/corrferlL ';;/w Hardness 285HB
SKS:Q=122.5cc/min .
Tool life: 190min/corner g Tool No. MSH-3032-M16 + MSN-M16-55-S32C
Grade WDMWO06T320ZTR, JC5040
Ve, (n) 180m/min, (1,790min"")
VA, (fz) 7,000mm/min, (3.9mm/rev, 1.3mm/t)
]
Result s ap (mm) 0.7mm
2
o
Improved the efficiency by 1.75 times and §. Qe (mm) 25mm
tool life by 3 times or more compared with = ’
radius cutter by combination of modular 3 Coolant Alr blow
head + carbide shank. Machine Vertical MC 11kw
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‘ngh Feed Diemaster SKSryre \ =
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M Instructions for profile milling (7°)
@ Ramping @ Helical interpolation @ Calculation of tool pass dia. 5'

®Dh ¢pdc = ¢@Dh- ¢@Dc =1

(7]

Tool pass dia. Bore dia. Tool dia.

® Depth of cut per one circle should not
exceed max. depth of cut ap.

— ® Down cutting is recommended
& tool pass rotation should be
counterclockwise.

Tool dia. ¢ Dc

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition
table.

@ In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.

® Long continous chips may come out in case of drilling, confirm the safe cutting conditions.

Tool Effective | Max. depth Ramping Helical interpolation S
Cat. No. (i) CUt.ting of ut Ma>'<. Total cutting length L (mm) | Min. bore dia. | Max. bore dia. depth

lie o a g at max.ap Dh min (mm) | Dh max (mm) (mm)

(mm) (mm) (mm) angle 6°
SKS-2016 16| 10.5 0.8 2°30’ 20.6 25 29 0.3
SKS-2017 17| 11.5 0.8 2° 25.7 27 31 0.3
SKS-2020 201 12.7 1.2 3° 22.9 30 37 0.5
SKS-2021 21| 13.7 1.2 2°30’ 275 32 39 0.5
SKS-2025 25| 159 1.5 4° 215 33 46 1
SKS-2026 26| 16.9 1.5 3°30 245 35 48 1
SKS-2030 30| 20.9 1.5 2°30’ 34.4 43 56 1
SKS-2032 32| 20 2 4° 28.6 41 60 1.5
SKS-3032 32| 228 1.5 2°15' 38.1 47 60 1
SKS-3040-06 40( 30.8 1.5 1°36’ 53.7 63 76 1
SKS-*050 50| 38 2 2° 573 77 96 1.5
SKS-3050-*-10| 50| 35.1 2.3 2°18’ 573 71 96 1.8
SKS-5050-06 50| 40.8 1.5 1°09’ 59.8 83 96 1
SKS-*052 52| 40 2 2° 573 81 100 1.5
SKS-5052-06 52| 42.8 1.5 1°06’ 62.5 87 100 1
SKS-*063 63| 51 2 1°30’ 76.4 103 122 1.5
SKS-*063-10 63| 48 2.3 2°24' 48.8 97 122 1.8
SKS-*066 66| 54 2 1°42 81.8 109 128 1.5
SKS-*080 80| 68 2 1012’ 95.5 137 156 1.5
SKS-*080-10 80| 65 2.3 2° 65.9 131 156 1.8
SKS-*100 100| 88 2 1° 114.6 177 196 1.5
SKS-*100-10 | 100| 85 2.3 1°30’ 87.8 171 196 1.8
SKS-*125-10 | 125| 110 2.3 1012’ 109.8 221 246 1.8
SKS-*160-10 | 160 | 145 2.3 0°54’ 146.4 291 316 1.8
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’High Feed Diemaster SKSrtvyre ‘

M Definition of corner radius for programming
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ap (Max. depth of cut)

z S
Lw
Corner radiu_s for T K re W ap As
programming
R1.5 (Recommended) 0.29 0
04Type Ro 019 0.04 1.5 2.7 0.8 0.8
R2 (Recommended) 0.35 0
05Type oo, e oED 1.6 3.6 1.25 1.2
R2.5 (Recommended) 0.44 0
08Type g o R 2.0 4.5 1.5 15
R3 (Recommended) 0.63 0
08Type | R3.5 0.54 0.14 2.0 6.0 2.0 2.0
R4 0.45 0.32
R3 (Recommended) 0.91 0
10Type | R3.5 0.82 0.05 2.0 74 2.5 25
R4 0.72 0.19
M Guidelines for selection of the Inserts
Carbon steel Mold steel Mold steel Die steel
WorkMateias | SEOSE| meRGiom e SIS
Below 250HB 30-36HRC 38-43HRC Below 250HB
Cat. No. Grades| cspa0 | JCBOS0 | JC7560 | JC5118 | JCBOSO |JC7560 | JC5118 | JCBO15 | JC5040 | JCBOSO | JCT560
WOMWO04T215ZER O O © © | @ O]lO | 0|0 |00
WOMT04T215ZER PAS S e | Y | ¥ | *
WDMWO050316ZTR O O © O @ O]l O0O|]O0O|0O]0O] 0O
WDMW050316ZER (] O © o
WDMT050316ZER e DA¢ w | Y| | k| K w |
WDMWO06T320ZTR O O ©) C| @ OO0 ]|]0O0]0 0
WDMWO06T320ZER [ ) O © [ ]
WDMTO06T320ZER DA PAq | F |l k| Kk K w | %
WDMW080520ZTR O O © O @ O]l O0O]O0O[O]O ] ©
WDMWO080520ZER [ © © o
WDMTO080520ZER DAe DA¢ Y| K| k| K| K Y|
WDMW10X620ZTR O O O O @ Ol O0O|]O0O|O]0O ]| 0O
WDMW10X620ZER o © © o
WDMT10X620ZER PAe PAg Yo % | ok | ok | & | K
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Grey cast iron Nodular cast iron ' 5'
. FC250, FC300 FCD500, FCD700 Stainless steel =3
Work Materials (GG25, GG30) (GGG50, GGG70) Bei‘jvssggHB v
Below 300HB Below 300 HB
Cat. No. Grades| jc5118 | JC8015 | JC7560 | JC5118 JC8015 |JC8050 | JC7560 | JC5118
WOMWO04T215ZER © O O © O [ ] O
WOMT04T215ZER e x *x * *x O] O
WDMWO050316ZTR o O O o @)
WDMWO050316ZER © ©) [ ] O
WDMT050316ZER DAY PAe Y e DAY O] 0
WDMWO06T320ZTR [ ) O O o O
WDMWO06T320ZER © © ([ ] O
WDMTO06T320ZER DA < Y DAY * O]l 0O
WDMW080520ZTR o O O [ ] O
WDMWO080520ZER ©) © (] O
WDMT080520ZER DAe DAY w DA DAe O | O
WDMW10X620ZTR [ ) O O o @)
WDMW10X620ZER ©) © [ ] O
WDMT10X620ZER PAe DA¢ DAe DAq 2AS O | O
Hardened die steel
Work Materials SKD61, DAC, DHA
(1.2344,1.2379)
40-50HRC
Cat. No. Grades| je5118 | JC8015
WOMWO04T215ZER © O
WOMT04T215ZER X X
WDMW050316ZTR [ ] O
WDMW050316ZER ©
WDMT050316ZER X X
WDMWO06T320ZTR o O
WDMWO06T320ZER ©
WDMT06T320ZER X X
WDMWO080520ZTR [ ) O
WDMW080520ZER ©
WDMT080520ZER X X
WDMW10X620ZTR (] O
WDMW10X620ZER ©
WDMT10X620ZER X X

* WD (O) MW Type: Without chipbreaker ¢ WD (O) MT Type: With chipbreaker
© : First Choice, Good Condition O : Moderate Condition @ : Unfavorable Condition ¥ : Light Cutting X : No good
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[High Feed Diemaster SKSrtvyre 1

Il RECOMMENDED CUTTING CONDITIONS

@ FACE MILL TYPE

=2
S
[t
=
=
<
>
D
==
=

Over. Tool dia. (mm)

Work Insert | hung 40 50/52
Materials |Grades Ler}agth No. of teeth 3N | No. of teeth 3N | No. of teeth 4N | No. of teeth 5N

(mm) {ap| n | Vi|Pclap| n| Vi |Pclap| n| Vi |Pclap| n | Vi|Pc
(mm)|(min-* (KW) |(mm)|(min-)| @mmmin) | (KW) |(mmm)|(min-)| mmmin) | (KW) [(mm)] (min-t) mmmin| (KW)
150 | 0.8 |1,2003,600/4.0 | 1.2 8303730 | 8 | 1.2/830|4.970 |10.7) 1 |950 |6,500/11.2
200 |0.6| 800{3,00012.5 |1 |700(3,150 |5.6 |1 |700 4,200 | 7.5/ 0.8/950 [6,000, 8.3
250 |0.4| 60012,700(1.5 |1 |570(2570 [4.6 |1 |5703,420 | 6.1 0.6|830 |5,240, 5.4

Carbon steel JC7560
s

300 - | - | -] - [06|5703420 3.7 [0.6/570|3,990 | 4.3| 0.4|760 (4,800 3.3
Below 250HB | (JC8050)[ 350 | — | | = | — [0.4|570[3420 | 2.5| 0.4]5703,9%0 | 2.9] 0.3]760 4,800 2.5
400 - - -1 - - - = -l -l =-]1-1-1-1- - | -
150 |[0.81,2003,600 4.4 1.2 8303,730 | 8.6 | 1.2830(4,980 (11.5| 1 |950 [6,500[12.5
Mold steel 200 |0.6| 800{3,00012.8 |1 |700(3,150 |6.1 |1 |700 4,200 | 8.1| 0.8/950 (6,000, 9.2
How7. P, dg%ég) 250 | 0.3 6002700 1.2 | 0.8|570(2570 | 4 | 0.8|570]3.420 | 5.3| 0.6/830 |5.240 6
(1.2311, P20) h—— 300 | - | = | = | — |05|570(2,900 | 2.8 | 0.5/570(3,420 | 3.3| 0.4|760 (4,800 3.7
30-40HRC 3%0 [ - | - | -] - |0.3/570/2900|1.7 ] 0.3/570(3,420 | 2 | 0.3|760 |4,800 2.8
400 - |- -] - — — - | - — — —

150 |0.81,2003,600(4.1 1.2 8303730 | 8 [ 1.2/830|4,980 [10.7] 1 |950 |6,500/11.6
200 |0.6| 800(3,00002.6 |1 |7003,150 (5.6 |1 |700|4,200 | 7.5 0.8/950 |6,000 8.6
SKD61, SKD11 (JC5040) 250 |0.3| 600/2,700/1.2 | 0.8 5702570 | 3.7 [ 0.8|570 3,420 | 4.9| 0.6|830 [5,240, 5.6
(1.2344, 1.2379) 300 - | = | =] - [05]5702,900 | 2.6 [ 0.5/570|3,420 | 3.1| 0.4|760 (4,800 3.4
Below 255HB | (JC8050)[ 350 | — | — | = | — [0.3|570(2.900 | 1.6 | 0.3]570 3420 | 1.8| 0.3|760 |4.800 2.6

Die steel JC7560

400 | - | - |- |- | =-|=-|=-1=-1=-1=-|-1=-|\=-1=-1-1=-

100 (0.8 | 640(1,500[2.7 [1 |570(1,720 |4.8 1 [570|2,280 | 6.3| 0.8 600 (3,000 6.7

';ardenedd(i:estee' JC5118 150 [0.6 | 500[1,200/1.6 |0.8|450(1,340 | 3 | 0.8|450(1,800 | 4 | 0.6/480 |2,160 3.6

e T L0801 | 200 [0.3 400] 960 0.6 |0.6380 1150 | 19| 0.6/380[1520 | 2.5 0.4|400 [1.800 2

40-50HRC 250 | - | - | = | - [04]380| 9201 |[0.4/380/1.220 | 1.4| 0.3]400 [1,800 1.5
300 - - -] - — — - | - — — —

150 [1.2]1,00014,500/5.5 [1.5|830 4,480 |8.6 | 1.5/8305,980 |11.5] 1.2|950 |7,600/11.7

Gfey&NOdulaf JC5118 200 |0.8| 800{3,600/ 3.0 |1.2|7003,780 | 6.1 | 1.2|7005,040 | 8.1 1 |950 |7,120| 9.1
EéStF'gS 168015 250 |0.5| 600{2,700[1.4 | 1.2 |5703,080 |4.7 | 1.2|5704,100 | 6.3| 1 |830 [6,220| 8
(GG, GGG) (JC7560) 300 | - | - | - | - |0.8/570/3420 | 3.5 | 0.8]570 45560 | 4.7| 0.6|760 5,700 4.4

Below 300HB 350 | - | - | - | - |06|570(3420 | 2.6 | 0.6/570 4,560 | 3.5| 0.5/760 [5,700| 3.7

400 | - | - | - |- |=|=-|=-1=-1=-]=-|-= - | - | -

150 |0.81,2003,600(4.4 [1.2 [9503,730 | 8.6 [ 1.2/950(4,980 [11.5/ 1 |950 |6,00011.5
200 |0.6| 800(3,000[2.8 |1.0/8003,150 |6.0 | 1.0/800|4,200 | 8.1 | 0.8/950 |5,260, 8.1

JC7560

Stainless steel 250 [0.3] 600[2,250]1.0 | 0.8 [57012,250 | 3.5 0.8]570[3,000[4.6 | 0.6]830 4,600 5.3
pesa (WO g T = | — | = [05(570/2.20 | 2.2] 0.5]570]3.000 | 2.9] 0.4]760 [4.210] 3.2
(JC8050) 350 | = | = [ = [ = [0.3]570/2250 | 1.3 | 0.3]570(3,000 1.7 0.3]760 4210 2.4
00 [ - - =-T-1=-1T=-1T=1T=-1=-T=-1=1T=-1=1="7T-7]-

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or spindle speed with
keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and
reduce spindle speed and feed speed.

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, N, Vf.

6) In case of over 250mm overhung length and severe interrupted cutting, use 10 type insert
cutter.

7) In case of unfavourable conditions, insert grade JC8050 is recommended.

Overhung length

:
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I RECOMMENDED CUTTING CONDITIONS (3°)
q
o
@ FACE MILL TYPE =3
Over. Tool dia. (mm) =

Work Insert | "9 63 63/66 80

"enggth No. of teeth 3N | No. of teeth 4N | No. of teeth 5N | No. of teeth 5N

(mm) lap| n|Vi|Pclap| n| Vi |Pclap|n| Vi |Pclap| n | Vi|Pc
(mm)|(min') (KW) |(mm)|(min™)| mmin) | (KW) |(mm)|(min-)| mmmin) | (KW) |(mm)| (min-t) |mmmin| (KW)
150 |[1.2|7604,05013.8 [ 1.2 |760 5,400 (14.6{1 |830 7,000 (15.2 1.2|720 |5,40018.5
Carbonstesl | JC7560 | 200 [1.216803.0600 9 [1.2/680/4090 |11 |1 |830(6200 [13.5| 1.2600 |4,500/15.4
S55C, S50C (JC5040) 250 [1 |[6002,700, 6.1 (1 |600 (3,600 | 8.1/ 0.8 830 6,200 (10.8| 1.2 520 (3,900/13.4
(€50, C55) 108050) | 300 |1 14602050 5.1 |1 [460[2730 | 6.8]0.6|610 4560 | 5.9| 1 |440 [3300 9.4
Below 2508 | { ) 7350 [0.8 460 2.3%] 4.3 [0.8 4603190 | 5.70.5 61014560 | 5 |1 |360 2700 7.7
400 [0.4|460|2,730 2.5|0.4 4603640 | 3.3 0.3 |610(4,560 | 3 | 0.6|360 |2,700| 4.6
150 |1.27603,420 9.9 (1.2 |760 4,560 |13.3[ 1 |8306,200 {15 | 1.2 /600 [4,500/16.6
200 |1.2/680(3,0600 8.9 |1.2 680 4,080 |11.9)1 |830(6,200 |15 | 1.2|520 (3,90014.4
250 |1 |6002,700{ 6.5|1 |600(3,600 | 8.7[0.8|8306,200 |12 | 1.2|440 |3,30012.2
NAKBO,P20 | o ey | 300 [0.81460/2050 4 [0.8 |460 2730 | 5.3]0.6 |610[4560 | 6.6| 1 [360 |2700 8.3
(12311, F20) 350 |0.6 460239 3.5|0.6|460(3090 | 4.5{0.5 6104560 | 55| 0.8/360 [2.700] 6.6
400 |0.4/4602,390, 2.3 0.4 /460(3,090 | 3 |0.3 /6104,560 | 3.3| 0.6 /360 |2,700| 5
150 (1.2 76034200 9.2 (1.2 |760 4,560 (12.3| 1 |8306,200 (14 | 1.2|600 |4,500/15.4
Die steel JC7560 | 200 |1.2|680/3060 8.3)|1.2 6804080 |11 |1 |8306200 14 |1.2/520 |3,900/13.4
SKD61, SKD11 (JC5040) 250 |1 |6002,700 6.1 |1 |600(3,600 | 8.1{0.8|830 6,200 |11.2| 1.2|440 (3,300/11.3
(1.2344, 1.2379) 108050 300 |0.8]4602050 3.7|0.8 4602730 | 4.9/ 0.6 6104560 | 6.2| 1 [360 |2,700 7.7
B2zt B | ) 7350 | 0.6]460 2,350 3.2|0.6 4603090 | 42| 0.5 610]4560 | 5.1] 0.8]360 |2.700] 6.2
400 |0.4/4602,390 2.2 |0.4 |14603,090 | 2.8/ 0.3 |610 (4,560 | 3.1| 0.6|360 |2,700| 4.6
100 |1 |4501,350 4.7 (1 |4501,800 | 6.3 0.8 480 2,400 | 6.7[ 1 |360 |1,800 8
Hardened die steel Jcs11g | 190 [1 [38001140 4 |1 |380/1,520 | 5.3/ 0.8 |400 2000  5.6| 1 |360 |1.800] 8
S 2544 12379) | Jogo1s | 290 | 0.8 [380]1.140 3.2 0.8]380[1520 | 4.30.6 400[2000 | 4.2[ T [300 [1.500 6.7
40-50HRC 250 |0.7/300| 900| 2.2 0.7 |300(1,200 | 2.9/0.5|320(1,600 | 2.8 0.9/240 |1,200/ 4.8
300 |0.5/300| 720 1.3 |0.5/300| 960 | 1.7|0.4 /1320 (1,280 | 1.8| 0.7 |240 | 960| 3
150 [1.5]9104,91011.9 [ 1.5|9106,550 (15.9( 1.2 {910 8,200 (15.9| 1.5|720 |6,480/19.9
Grey & Nodular | ~p04a | 200 [1.5]680|3670 8.9 1.5 /6804900 11.9/1.2 910]7,500 |14.5] 1.5/600 |5400/16.6
ren | ucaots |-250 | 1.5]600[3:150 7.6 | 1.5|600 4,200 [10.2/1.2 [660]5.450 | 10.6] 1.5|520 |4.680[14.4
(GG, GGG) (JC7560) 300 |1.2 /4602480 4.8 (1.2 460(3,310| 6.4{1 |6004,950 | 8 | 1.5|440 (3,960/12.2
Below 300HB 350 |1 |4602,760] 4.5|1 |460(3,680 | 5.9(0.8 |600 (4,950 | 6.4| 1.2|360 [4,320/10.6
400 |[0.6/460/2,760, 2.7 | 0.6 |460/3,680 | 3.6| 0.5 6001|4950 | 4 | 0.8|360 |4,320| 7.1
150 |[1,2|7603,000 8.7 (1.2 760 4,000 |11.6{1 |830 5440 |13.2 1.2|600 |3,90014.4
JC7560 200 |1,2/6802.670 7.8 |1.2 6803560 |10.3[ 1 |830 5,440 |13.2| 1.2|520 (3,380/12.5
250 |1,0/6002,350[ 5.7 |1.0600(3,130 | 7.6[ 0.8 |830 |5,440 |10.5| 1.2|440 |2,86010.5
300 |0.8|460/1,800 3.5]0.8 (460 2,400 | 4.6/0.6 |610 4,000 | 5.8| 1.0|360 |2,340 7.2
350 |0.6/4601,800] 2.6 | 0.6 |460 (2,400 | 3.5[0.5|610 (4,000 | 4.8 0.8|360 |2,340 5.8
400 [0.4|460/1,800 1.8 0.4 4602400 | 2.3] 0.3 |6104,000 | 2.9] 0.6 360 |2,340 4.3

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or spindle speed with
keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and
reduce spindle speed and feed speed.

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, N, Vf.

6) In case of over 250mm overhung length and severe interrupted cutting, use 10 type insert
cutter.

7) In case of unfavourable conditions, insert grade JC8050 is recommended.

Materials | Grades

Mold steel JC5118
HPM7, PX5, (JC7560)

Stainless steel

SUS304 (JC5118)

L Overhung length
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[High Feed Diemaster SKSrtvyre 1

Il RECOMMENDED CUTTING CONDITIONS

@ FACE MILL TYPE

=2
S
—_
=
=
<
>
D
==
=

Over- Tool dia.(mm)

hung 80 100 125 160
'—eﬂggth No. of teeth BN | No. of teeth 6N | No. of teeth 6N | No. of teeth 7N
(mm) [ap| n | Vi|Pclap| n Vi |Pclap| n Vi |Pclap| n Vi | Pc
(mm)|(min-' (KW) [(mm)|(min-)| emmmin) [ (KW) |(mm)|(min-)| mmmin) | (KW) [(mm)| (min-T) {mmmin| (KW)
150 |1 |72016,900(19.1 | 1.2 |5705,130 | 22 | 1.5 {460 |4,140 |27.71.5 |360 |3,780/32.4
Carbon steel | JC7560 | 200 [1 |720(6,400117.7 | 1.2 |480 4,320 |18.5 460 4,140 |27.7| 1.5 | 360 |3,780|32.4
S55C, S50C (JC5040) 250 |0.8/72016,400{14.1 | 1.2 1420(3,730 | 16 400 (3,600 |24.1] 1.5 |360 |3,780/32.4
(o8 L) (JC8050) 300 |0.6(480/4270] 71 [1 |350(3,150 [11.3 380 3,420 [22.9] 1.5 [320 [3,36028.8
Below 250HB 350 | 054804270 5.9 [1 |290[2610| 9.3 1.2 |380(3.420 |18.3| 1.5 [300 [3,150| 27
400 (0.3 (480 4,270, 3.5 (0.6 {290 (2,610 | 5.6 380 (3,420 |15.3]| 1.2 | 300 |3,150/21.6
150 |1 |72016,400{19.7 [ 1.2 (480 |4,320 |19.9 400 (3,000 |21.6[ 1.5 [320 |2,800/25.8
Mold steel JC5118 200 |1 |72016,400[19.7 | 1.2 |4203,780 [17.4 4003,000 |21.6| 1.5 |320 (2,800/25.8
HK'\KAQE)P;(Q% (JC7560) 250 |0.8|72016.400/15.8 | 1.2 [350 3,150 |14.5 380(2,850 |20.6 320 [2,800/25.8
(1.2311, P20) (Below 36HRC) 300 (0.6 (4804270 7.9 |1 [290 2,610 | 10 350 (2,630 |15.2 280 |2,450/22.6
30-40HRC 350 [0.5[4801/4,270] 6.6 [0.8(2902610 | 8 350 (2,630 |12.6 280 |2,450/18.1

Work Insert
Materials | Grades

—_
(S]

o || on

||| on

no|on|on

]
]
]
]
3
]
1 1
1 1
1 1
400 |0.3/4804,270| 3.9 | 0.6 /290(2,610| 6 [0.8|350(2,630 |10.1[1 |280 |2,450/15.1
150 |1 [72016,900[19.7 [ 1.2 1480 4,320 [18.5 1.5 [400[3,000 [20.1| 1.5 [320 [2,800] 24
Biie sieal Jo7560 | 200 [1 |72016400/18.3 | 1.2 |420 3,780 |16.2| 1.5 |400 3,000 |20.1] 1.5 |320 |2,800) 24
SKD61, SKD11 (JC5040) 250 |0.8|720/6,400/14.6 | 1.2 |135013,150 |{13.5| 1.5 {380 2,850 {19.1]| 1.5 |320 [2,800| 24
(1.2344, 1.2379) 168050, | 300 | 0.6148014270 7.3 |1 1290|2610 | 9.31.2|350(2630 |14.1] 1.5 |280 |2.450 21
Bemn 2E8HE || ) 350 [0.5480(4.270 6.1 |0.8(290 2610 | 7.5{1 350 2630 |11.7] 1.2 |280 [2.45016.8
400 |0.3/480]4,270| 3.7 | 0.6 |290|2,610 | 5.6| 0.8 |350(2,630 | 9.4|1 |280 |2,450 14
100 |0.8(380[2280 81 [1 [290[1,740| 9.7[1 [230[1.380 | 9.6[1 [180 [1,260[11.2
Hardened die steel Jc5118 | 150 [0.8 1380|1900 6.8 [1 |290/1.740 | 9.7)1 |230/1,380 | 9.6|1 |180 [1.260 11.2
S aia 17370y | Jogots | 200 | 073801900/ 59 [1 240[1440| 8 |1 230[1380 | 861 [180 |1260/11.2
40-50HRC 250 [0.6(250(1,500 4 |0.9(190/1,140 | 5.7/1 |190|1,140| 7.9/1 |150 [1,050] 9.3
300 |0.5|250[1,2000 2.7 | 0.7 [190| 910 | 3.5|0.8 |190 1,140 | 6.3 0.8 |150 |1,050] 7.4
150 |1.272018,00019.7 (1.5 |570 6,160 |23.7| 1.8 {420 (4,500 | 26 | 1.8 |330 |4,160/30.7
Grey & Nodular JC5118 200 |1.2/7207,130/17.6 | 1.5 /480 |5,180 [19.9] 1.8 |420 4,500 |26 | 1.8 |330 |4,160(30.7
ggStF'gg JC8015 250 |[1.2]5205,150/12.7 [ 1.5 420 |4,480 |17.2[ 1.8 |380 (4,100 |23.7( 1.8 |330 |4,160/30.7
(GENGEE) (JC7560) 300 |1.2/4704,65011.4 | 1.5 /350 3,780 [14.5| 1.5 |380 |4,100 [19.7| 1.8 |300 |3,780(27.9
Below 300HB 350 |1 [470/4,650 9.5 [1.2]290 4,180 |12.9] 1.2 |350 (3,780 |14.5[ 1.5 |300 [3,780/23.3
400 |0.6 (4704650 5.7 |10.8(290 4,180 | 8.6/1 |35013,780 [12.1|1.2 |270 |3,400/16.7
150 |1 |72015,550[17.1 (1.2 1480 3,750 |17.3[ 1.5 |380 (2,850 |20.6] 1.5 |300 |2,630/24.3
_ Jo7560 | 200 |1 [72015550[17.1 | 1.2 4203280 [15.1] 1.5 [3802,850 [20.6 1.5 [300 [2630[24.3
Sta'S”L‘Jeg;Ojee' (cs11g)| 250 | 0.8(720/6550/137 | 1.2 1350[2730 |126] 1.5 1350 2630 | 19 | 1.5 ]300 [2630243
Below 250HB (JC8050) 300 |0.6/48013,700 6.8 | 1.0 /1290 (2,270 | 8.7] 1.2 /1320 (2,400 [13.8] 1.5 |270 |2,360(21.8
350 |0.5(480(3,700] 5.7 | 0.8 12902270 | 7.0{1 [320 2,400 {11.5]1.2 (270 |2,360/17.4
400 [0.3(480(3,700| 3.4 | 0.6 [290 2,270 | 5.2/ 0.8 |320(2,400 | 9.2|1 |270 |2,360/14.5

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or spindle speed with
keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and
reduce spindle speed and feed speed.

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, N, Vf.

6) In case of over 250mm overhung length and severe interrupted cutting, use 10 type insert
cutter.

7) In case of unfavourable conditions, insert grade JC8050 is recommended.

Overhung length

%
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Il RECOMMENDED CUTTING CONDITIONS (3]
S

@ END MILL TYPE (=3
(7]

Tool dia. (mm)
Work Insert 16/17 20/21/22 25/26
Materials Grades No. of teeth 2N No. of teeth 2N No. of teeth 2N
2 ap n Vi 2 ap n Vi 2 ap n Vi
(mm) (mm) (min") | (mm/min) (mm) (mm) (min7) | (mm/min) (mm) (mm) (min") | (mm/min)

Cabonsteel | Jo7560 | 30| 0.6 [3,580 [3,580] 70 | 0.7 [2,850|4,600] 70 | 0.7 [2,300/4,600
ao 82 | (Jc5040) | 70| 05 [2,980 2,380| 120 | 0.5 |2,400 3,800| 120 | 0.5 |1,9003,800
Below 250H8 | (JC8050) | 100 | 0.4 |2,580 |1,550| 190 | 0.3 |1,250 [1,500| 220 | 0.3 |1,000/1,600
Moldsteel 30| 0.6 3,580 [3,580] 70 | 0.7 [2,850/4,600] 70 | 0.7 12,3004,600

HPM7, PX5, JC5118
NAK80, P20 (JC7560) | 70| 0.5 |2,980 |2,380( 120 | 0.5 |2,400|3,800| 120 | 0.5 {1,900|3,800

Caatire, | ® %0 [ 1001 0.4 12580 [1,550| 190 | 0.3 1,250 [1,500| 220 | 0.3 [1,000/1,600
Die steel Jc7560 | 30| 0.6 3,580 (3,580 70 | 0.7 [2,850|4,600| 70 | 0.7 |2,300/4,600
Sonar Soare) | (4C5040) | 70 0.5 [2,980 |2,380| 120 | 0.5 |2,400 3,800| 120 | 0.5 |1,900)3,800
Below 255HB | (JC8050) | 100 | 0.4 |2,580 |1,550| 190 | 0.3 |1,250 [1,500| 220 | 0.3 |1,000/1,600
Stainiess seel | JC7560 | 30| 0.5 2,980 2,980/ 70 | 0.7 12,400 3,840| 70 | 0.7 |1,900/3,800
SUS304 (JC5118)| 70| 0.3 2,980 [2,380| 120 | 0.5 [2,4003,840| 120 | 0.5 |1,900/3,800
Below 250HB
(JG8050)| 100 | 0.3 [2,580 [1,550| 190 | 0.3 [1,250 [1,500( 220 | 0.3 |1,000/1,600
Hardened die steel | 1 1a | 30| 0.3 12,380 2,380] 70 | 05 1,100 1,100] 70 | 0.6 |1,000/1,400
Hoaiar L ore | Jogo1s | 70| 02 |2,380 [1,900| 120 | 0.3 |1,1001,100| 120 | 0.4 |1,000/1,200
40-50HRC 100 - | - - |19 | - | - | - |20 - | - | -
Grey & Nodular | 0044 | 30 07 |3,580 3,580 70 | 0.8 |1,900(3,000| 70 | 1  |1,6503,300
FC. FCD Jcso15 | 70| 0.6 2,980 [2,380( 120 | 0.6 [1,750(2,800| 120 | 0.8 |1,400/2,800

e s 1 (9C7560) 100 [ 0.5 2,580 1,550 190 | 0.4 |1.400(2,200| 220 | 0.5 [1,15012,300

2: Overhung length, @p: Depth of cut, N: Spindle speed, Vi: Feed speed

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(In case of BT40 or below, recommend to use tool dia. below ¢ 33)

) In case of chatter occurrs, recommend to reduce depth of cut or spindle speed with
keeping feed per tooth.

) If machine does not have enough power, recommend to reduce depth of cut first and
reduce spindle speed and feed speed.

) Use air blow to flush the chips out.

)

)

2
3
4
5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, N, Vf.
6) In case of unfavourable conditions, insert grade JC8050 is recommended.

Overhung length

%
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E I RECOMMENDED CUTTING CONDITIONS
@D
'g @ END MILL TYPE
— Tool dia. (mm)
Work Insert 82 32
Materials Grades No. of teeth 2N No. of teeth 3N
2 ap n Vi 2 ap n Vi
(mm) (mm) (min) | (mm/min) (mm) (mm) (min") | (mm/min)

Cabonsteel | JC7560 | 70 0.8 | 1,800 | 3,600 70 | 07 | 1,800 | 4,300
Soag cogy | (JC5040) | 120 06 | 1,000 | 3,000 | 120 | 05 | 1,500 | 3,600
Below 25008 | (JC80S0) | 9o 0.4 500 | 2,000 | 220 | 03 900 | 2,160

Mold steel JC5118 70 0.8 1,800 | 3,600 70 0.7 1,800 | 4,300
HPM7, PX5,
NAK80, P20 (JC7560) [ 120 0.6 1,000 | 3,000 120 0.5 1,500 | 3,600
(1.2311, P20) (Below36HRC)
30-43HRC 220 0.3 500 | 2,000 220 0.3 900 | 2,160
Die steel JC7560 70 0.8 1,800 | 3,600 70 0.7 1,800 | 4,300

S oare) | (Cs040) | 120 | 0.6 | 1,000 | 3,000 | 120 | 05 | 1,500 | 3,600
Below 255HB | (JC8050) | 220 0.3 500 | 2,000 | 220 0.3 900 | 2,160
Staniess swel | JC7560 | 70 0.8 | 1,500 | 3,600 70 07 | 1,500 | 4,000

SUS304 (JC5118)| 120 0.6 | 1,250 | 3,000 | 120 05 | 1,250 | 3,400

Bel 250HB

o (JC8050) | 220 0.3 600 | 1,800 | 220 | 03 600 | 1,800
Hardened die steel JC5118 70 0.8 800 1 ,300 70 0.6 800 1 ,680
s 12579 | Jogots | 120 | 06 | 700 | 1,100 | 120 | 04 | 700 | 1,260
40-50HRC 220 03 500 | 800 | 220 0.2 500 | 900
Grey&Nodular [ 1rp o | 70 12 | 1,300 | 3,900 70 1.0 | 1,300 | 4,300

cast iron
FC. FCD Jc8o15 | 120 1 1,100 | 3,300 | 120 08 | 1,100 | 3,600

[ae.6ea | (CT560) | 900 | 06 | 900 | 2200 | 220 | 05 | 900 | 25500

2: Overhung length, @p: Depth of cut, N: Spindle speed, Vi. Feed speed

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(In case of BT40 or below, recommend to use tool dia. below ¢ 33)

2) In case of chatter occurrs, recommend to reduce depth of cut or spindle speed with
keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and
reduce spindle speed and feed speed.

) Use air blow to flush the chips out.

) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, N, Vf.

)

In case of unfavourable conditions, insert grade JC8050 is recommended.

4
5
6

Overhung length

=
2
[
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Indexable Tools

€050

QM MAX G Il GMXrype

Feature of product

”QM MAX G II” GMX / MXG type, indexable cutter with high
efficient roughing.

@ Low cutting force inserts with optimum cutting

edge for high feed machining.
* Compared with conventional positive type
cutter, chips thickness of QM MAX G Il reduces

by 14% (in case of ap=0.6mm).

Negative insert

Optimum
cutting edge

@ Insert thickness: 4mm improved strength

NEW
by 1.2 times compared with conventional tool. PH

Breaker E_

@ Economical double-side insert (4 corners).

@ New strong edge type “PH breaker insert”
is excellent in fracture resistance and —
applicable to heavy cutting.

Double-side usable!

Ny

@ 2 insert grades “JC8118” & “JC7560” ; -
can be widely applied from general & mold
steel to hardened die steel & high strength
stainless steel.

@ Application

<JB8118>

for high hardened for general & mold
steel less than 50HRC steel less than
: s - : 18] - & high strength 35HRC.
Applicable i i H i . H H .
range stainless steel.

Cutting performance

@ Cutting force comparison @ Feed limit comparison

Material: S50C C50 )

Cutting conditions: Vc=120/min, fz=1.0mm/t, ap=0,6mm, ae=15mm Material: SKD61 (46HRC) 1.2344

Down cut, Air blow, Tool No.: MXG-4025-M12, Cutting conditions: Vc=95m/min, ap=1,0mm, ae=0-19mm
Insert No.: ENMU100412ZER-PH (JC8118) Up & down cut, Air blow

Tool No.: MXG-4025-M12
1,800 Insert No.: ENMU100412ZER-PH (JC8118)
1,600

1,400

1,200 - fz=LImm/t | fz=1L4mm/t | fz=L6mm/t
gl,ooo [ X (Feed force)
800
- M ﬁal:;le_r' nn“
400 []Z (Back force)
200

Cutting resistance

[] (Resultant force)

o New strong edge type “PH breaker insert” is excellent in fracture

Conventional tool MXG type (925x4N) resistance and possible to higher feed machining than conventional tool.
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QM MAX G Il GMXrype

$]00] a|qexapu|

Greatly improved metal removal rate!

@ Possible to stable high feed machining in case of long overhung
length over L/D=6.

. - NN T
@ Excellent in ramping and helical interpolation, and
possible to high efficient pocket milling.

* Possible to Max. ramping angle 1° in case of using g 25 mm tool dia.

G-Body,

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high _—
hardness over 65HRC and secure insert pocket and holder against thermal deformation, b ¢
improved body durability and tool life by 30% or more. Make it difficult to he damaged even :};"- :
under severe cutting conditions. Also rust-proof and anti-welding effect is much improved. “q\. e ’;;

Cutting performance

. Material: 1.2379, Cutting conditi =180mm/min, fz=1.2mm/t, ap=0,8mm,
@ Tool life Pocket mil 5x60x30mm, Down cut w

: Overhung mm, Ramping al

comparlson Tool No.: MXG-4025-M12, Insert No.: ENMU100412ZER-PH (JC8118)
- / ’
Large wea A
' . 110m
Normal wear
(still able to
' - continue)

40 50 60 70 80 90 100 110 120

Cutting length (mm) 6051

New strong edge
type “PH breaker
insert” supressed

small chipping and
achieved longer tool
life compared with
conventional tool.

Max. flank wear (mm)
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¢ Dc
° < |52 Dimensions (mm) Applicable
Q 2 @
=|  CatNo. 528 pDc| Lf Dbl od/pdll a | b | ¢ inserts Parts
GMX-7050R-22 @|7 |50 50| 40 |22 17 |104|6.3| 20 | St gsis |
= GMX-7052R-22 @®@|7 |52 50| 40 |22 17 |104|6.3| 20 &
=« ENMU100412 | TSW-2567H
.% GMX-7063R-22 @763 50| 48 22|17 |104 63| 20 7ER-PH Wrench
= | GMX-7066R-22 @|(7(66 50| 48 22|17 |104 63| 20 /ﬁ
GMX-7066R-27 @|7|66 50| 48 |27 |20 (124 |7 | 22 A-08
Note) All cutters are supplied without inserts. Modular Head Type

Recommended Torque

Clamp Screw (Nm)

TSW-2567H 11

@ PH breaker

=\
®)

—
F]

LY ‘ A
PVD coated Dimensions (mm)
Cat. No. Tolerance
@ csi1s | @Jucrs60| A | T | B | ke
@ENMU1004122ER-PH M ([ [ 10 | 4 6 | 12

10 inserts per case

{ @ : Standard stock items O : Soon to be deleted
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QM MAX G II MXrvee | B=
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>
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(=2
W Definition of corner shape for programming D
S
o
1 Over Cut a
Corner radius for programming
(mm)
o
\ ‘W (i radiu.s or Over cut Remains
o programming
©
Remains ‘,éé R1.0 0 0.52
R1.5 (Standard) 0 0.38
W=3. R2.0 0.08 0.24
H Attention for profile milling
@ Ramping @ Helical interpolation
¢ Dh

@ Calculation of tool pass dia.

¢@dc=¢@Dh- ¢@Dc

Tool pass dia. Bore dia. Tool dia.

¢ Dc
Tool dia.

@ Depth of cut per one circuit
should not exceed max. depth
of cut ap.

@ Down cutting is recommended,
so tool pass rotation should be
counterclockwise.

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
® In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ Long consecutive chips may come out in case of drilling, confirm the safe condition sufficiently.

Tool Effective Max Ramping Helical interpolation

Cat. No. dig'o CL(thit;ng deptggf ol Max.ramping | Total cutting length L(mm) Min. bore dia. Ma);.' bore
(%m) (mm) (mm) e atmax ap Dhvmin (mm) |- maI:.(rnm)

GMX-7050 50 43.8 1 0° 24’ 143.2 90 98

GMX-7052 52 45.8 1 0° 24 143.2 94 102

GMX-7063 63 56.8 1 0°18 190.9 116 124

GMX-7066 66 59.8 1 0°18 190.9 122 130
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g [QM MAX G Il GMXTYPE}
D
y—% B RECOMMENDED CUTTING CONDITIONS
(3] .
x @ GMX type (facemill type)
=
= Tool dia. (mm)
O .
Work Insert h:ﬁé 50/52 63 /66
Materials Grades | Length No. of teeth 7N No. of teeth 7N
2 (mm) ap ae n Vi ap ae n Vit
(mm) (mm) (min) | (mm/min) (mm) (mm) (min") | (mm/min)
~150 1 ~40 | 1,020 | 8570 [ 1 ~50 810 | 6,800
Carbonsteel | neen 200 0.8 ~40 | 1,020 | 8570 | 08 ~50 810 | 6,800
(C50,C55) | Jegiyg) 250 06 ~40 890 | 7,480 | 06 ~50 710 | 5,960
Below 250HB 300 05 ~40 830 | 6970 | 05 ~50 660 | 5,540
350 0.4 ~40 830 | 6,970 | 0.4 ~50 660 | 5,540
~150 1 ~40 | 1,020 [ 8570 [ 1 ~50 810 | 6,800
Die steel 167560 200 0.8 ~40 | 1,020 | 8570 | 08 ~50 810 | 6,800
(1.2344,12879) | yleide) 250 0.6 ~40 890 | 7,480 | 06 ~50 710 | 5,960
Below 255HB 300 05 ~40 830 | 6970 | 05 ~50 660 | 5,540
350 0.4 ~40 830 | 6,970 | 04 ~50 660 | 5,540
~150 1 ~40 | 1,020 [ 8570 [ 1 ~50 810 | 6,800
Mold steel 167560 200 0.8 ~40 | 1,020 | 8570 | 08 ~50 810 | 6,800
(12811, P20) | ey 250 0.6 ~40 890 | 7,480 | 06 ~50 710 | 5,960
30-36HRC 300 05 ~40 830 | 6970 | 05 ~50 660 | 5,540
350 0.4 ~40 830 | 6970 | 04 ~50 660 | 5,540
~150 0.8 ~40 540 | 4,160 [ 08 ~50 430 | 3,310
Mold steel 200 0.6 ~40 540 | 4,160 | 06 ~50 430 | 3,310
(1.2311,P21) | JC8118 | 250 0.4 ~40 510 | 3210 | 04 ~50 400 | 2,520
38-43HRC 300 0.3 ~40 480 | 3,020 | 03 ~50 380 | 2,390
350 0.3 ~40 480 | 2,690 | 03 ~50 380 | 2,130
~150 06 ~40 540 | 4160 | 06 ~50 430 | 3,310
'jf}rdetneld 200 0.4 ~40 540 | 4,160 | 0.4 ~50 430 | 3,310
e stee
(12344, 12379)| JC8118 | 250 0.2 ~40 510 | 3210 | 02 ~50 400 | 2,520
42-52HRC 300 — — — — — — — —
350 — — — — — — — —
~150 1 ~40 | 1,150 [ 12,080 | 1 ~50 910 | 9,560
Grey & Nodular 200 08 ~40 | 1,150 | 12,080 | 08 ~50 910 | 9,560
(ggsggg) Jcs118 | 250 06 ~40 | 1,020 [ 10,710 | 06 ~50 810 | 8,510
Below 300HB 300 05 ~40 950 | 9,980 | 05 ~50 760 | 7,980
350 0.4 ~40 950 | 7,980 | 0.4 ~50 760 | 6,380
~150 0.8 ~40 760 | 5320 [ 08 ~50 610 | 4,270
stamoss siear | 107560 200 0.6 ~40 760 | 5320 | 06 ~50 610 | 4,270
alniess siee
Below 25048 | (JC8118) 250 0.4 ~40 640 | 4480 | 04 ~50 510 | 3,570
300 0.3 ~40 640 | 4480 | 03 ~50 510 | 3,570
350 0.3 ~40 640 | 3,580 | 0.3 ~50 510 | 2,860

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

M NOTE for EPMT/W type insert

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per
tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.




New genaration high feed mill

QM MAX QXPrypPE
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Low cutting Adopted unique 3D geometry inserts with low cutting force (25% lower than coventional tool).
T QM MAX achieved high efficient machining up to ap=1mm.

Maintain stable cutting force & power consumption in case of deep cavity milling.
Multi blades
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Multi blades achieves Q=144cc/min. (In case of using of ¢ 32 modular head type)

“QM MAX” MQX type can achieve high efficient machining and longer tool life by controlling the
vibration with the combination of MSN carbide shank holder.

Insert variation

High feed insert High feed insert for unfavorable condition Shoulder milling insert

EPMW100312ZER EPMW100312ZTR

EPHW100316ZTR YPHW1003...ZER-... ZPMT100308ZER-PL

“JC5118” can cut general steel, hardened material, Titanium alloy and heat-resistant alloy. Tough grade “JC8050” for interrupted
cutting. “JC7560” improved heat-fracture and impact strength for rough milling. “DH102” for hardened steel at high speed machining.
“JC8015” and cermet grade “CX75” are available for “MIRROR INSERT” YPHW type.

B Cutting performance of QM MAX against competitor

Tool life comparison Metal removal rate comparison

Material: NAK80, 40HRC
Insert No.: EPMT100312ZER (JC8050) MEtaI removal rate / 1kw on ssuc

Cutting conditions:

30

Dc=32mm, Vc=120.6m/min (n=1,200min"), (CC/kW) Do=32
f=3mm/rev (Vf=3,600mm/min) (6N), ap=0.6mm, ae=19mm, Q=41cc/min ;PG_Z_OmnTm
Overhung length: £=100mm, Shoulder milling, Down cut, Dry (Air blow) 25 —
0.5
20
€ achieved 384m. 10
%0_3 ap=1mm, Vf=4.5m/min [@p=0.6mm, Vf=12m/min|
g ‘ M QM MAX 24.59 27.27
i (Still able to continue) ] COmpelimr A 23.08
:_Cu 0.2 B Competitor F 24.49
x
s Metal removal rate Q / kW of QM MAX is 6%-10%
more than the compelitor‘s tool. And also, Power
o1 o o N tion of QM MAX is lower th tit
_e— Competitor A consumption o IS lower than competitors.
) —A— Competitor F
_— Power Saving Features

Cutting length (m)
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= ‘QM MAX QXPrvre \
[ =
i
AQLASEGE
_g Face Milling Pocket Milling Shoulder Milling Copy Milling Helical Interpolation
=
= @ For High Feed Milling @ For Shoulder Milling
Db
i N
L
=
\\\j‘ ™ O
— O~
@di R1.2 R0.4~R2.0
®Dc
@ For High Feed Milling @ For Shoulder Milling
(QXP-8066R) Db (QxP-8066R) Db
a1 1]
| — LI
! \Y
b
@d1 _@d1 | R0.4~R2.0
@Dc ®Dc
Il BODY/FACE MILL TYPE
No Dimensions (mm)
f
Type Cat. No. Stock ﬂ;)tes ®Dc Lt |@Db| od |odi| a | b 0 Inserts
QXP-6040R-16 40 | 45 | 35|16 | 14 | 8.4 56| 18
QXP-7040R-16 40 | 45|35 16 | 14| 8.4/56| 18 | o (000 o0

50 | 50 | 40 | 22 | 17 [10.4/ 6.3 | 20
50 | 50 | 40 | 22 | 17 |10.4] 6.3 | 20 | ZPMT1003+<ZER
52 | 50 | 40 | 22 | 17 [10.4 6.3 | 20 |\pi003:7ERos
QXP-8063R-22 63 | 50 | 48 | 22 | 17 [10.4/ 6.3 | 20
QXP-8066R-27 66 | 50 | 48 | 27 [ 20 [12.4[7 |22

Note) 1. All cutters are supplied without inserts.
2. Please refer page C038-C069 for recommended cutting conditions. L U0 1 Please refer Page

QXP-7050R-22
QXP-8050R-22

QXP-8052R-22

Metric
Bore

000000
00|00 (00|00 |~ ||

H PARTS
Clamp Screw Wrench
DSW-2563H A-08
Clamp Screw Recomme,\?.drﬁd Torque
DSW-2563H 0.9

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




‘aM MAX QXPrypPE \

MQX/QX I INSERTS
TYPE
Shoulder milling insert
High feed insert Cutting for aluminum alloy e —
(EPMT100312ZER) L0, C060-C062 m
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‘ &@@ 7 —@9\‘} = e
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@ re | Jﬁi/\;eu

F

Shoulder milling insert

From semi-finishing to Cuttin;
@ (From 9 L coga-C089

finishing)
(ZPMT100308ZER-PL)
: R~2) [ =
4 - (O E
e [y
T
-, e

High feed insert for Cutting )
unfavorable condition condition QCAALAHAZS
(EPMW100312ZER)

Lt “MIRROR INSERT” for Cutting
finishing side & bottom face LI co71-Co78
(YPHW1003**ZER-15)
High feed insert for - (YPHW100308ZTR-F1)
:ugmmg:]% :;;g:u)on S C060-C062 (YPHW100308ZER-F)
- o
a
(JC7560)
A
High hardened steel Cuttin /\
(EPHW100316ZTR) A0, C063-C064 :
re/] 39 T
(YPHW100308ZER-F)
“MIRROR INSERT” for
finishing side & bottom
. P Cuttin
Shoulder milling insert T C065.C070 face / contouring milling i €079-C083

j

B
D
24
1
¢ % o
B
I
fes)
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E |QM MAX QXPTYPE\
2
=2 PVD coated Uncoated | Cermet . .
% Type CaNo. [T [2[2[nlgl2[R| [, |, Dimensions (mm)
S ance 5 B EEEE|RE|E| A T 8 re 0
= High feed insert | EPMT100312ZER M [Ole® ® ® 10 (32 [ 6 [12]11°
B e T T IR IR 10 (32 |6 |12 |11°
High hardened steel | EPHW100316ZTR H 0 10 32 | 6 |16 11°
ZPMT100304ZER M@ ° 10 (32 | 6 |0.4]11°
Shouldermiling | 7pMT100308ZER M |@® o 10 |82 | 6 |0.8]11°
ZPMT100320ZER M |@® ° 10 (32 | 6 [2.0]11°
Shoulder milling ?ZPMTW%MZER'NL M [ ] 10 34 | 6 |04 11°
Jumeerior | ZPMTI00308ZER-NL| M Olo 10 134 | 6 |08 11°
ZPMT100320ZER-NL| M ° 10 (34 | 6 |20 11°
%YPHW1UO3D3ZER-15 H o o ®| 10 |3.35| 6 |0.3|11°
“l;/(l]lﬁl;%ﬁ_‘lnl\éSSEigg” YPHW100308ZER-15| H ( ) ®| 10 |3.35 6 |0.8|11°
2 bottom fnoe) | YPHW100308ZER-F | H ® 10 [3.35] 6 |0.8]11°
contouring miling | ypy\\100320ZER-24| H ® ® 10 [3.35| 6 |2.0|11°

10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

Discrimination of grade for MQX / QXP insert

Each grade shows different mark around the hole for fool proof. w- AC5118 JCB0SD / JC7560
SOY FON

PVD coated Uncoated | Cermet . .
Dimensions (mm)
Type Cat. No. Tole- ? ? % § g % o || v
ra”CGSSgBSSESEA T | B |[rg|@°
Shoulder milling ZPMT100304ZER-PL| M [ JK ) 10 (34 | 6 |04 11°
soniinemg | ZPMT100308ZER-PL| M ee |O 10 (34 | 6 [0.8]11°
o finishing @ZPMT1003ZDZER-PL M ( AN J 10 |34 | 6 |2.0]|11°

[ @ Standard stock items  ©): soon to be stocked O Soon to be deleted




QM MAX QXPryre | B2
(1)
>
(<Y
(=2
M Definition of corner radius for programming (3°)
—
(=}
@ EPMT/W type insert S
o (mm) (7]
ver cut
Corner radius for Over cut Remains
programming
Corner radius for programming % / R1.0 0 0.57
P o R15 (Recommended) 0 0.45
T
ATl R2.0 0.04 0.33
Remains _ =
R2.5 0.21 0.21
W=2.
2 R3.0 0.40 0.09
@ EPHW type insert Over cut (mm)
Corner radius for Over cut Remains
programming
Corner radius for programming Rie / R1.0 0 0.42
» R15 (Recommended) 0 0.33
7 To
. é 5 R2.0 0.01 0.23
Remains e R2.5 0.17 0.14
W=29 R3.0 0.37 0.05
M Instructions for profile milling with EMPT/W type insert
@ Ramping @ Helical interpolation
L ¢ Dh @ Calculation of tool pass dia.
dc = @Dh—- ¢@Dc
/- Tool égss dia. Ig’gre dia.  Tool dia.
a N
z [ \ @ Depth of cut per one circle should not
] N / exceed max.depth of cut ap.
o
| a ° ® g . .
° @ Down cutting is recommended. Tool
? “’\I 9 iJL \ pass rotation should be counter-
ﬁ T . clockwise.
dc

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
® In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ Long continous chips may come out in case of drilling, confirm the safe cutting conditions.

. Ramping Helical interpolation
.| Effective | Max. depth
Tool dia. cutting of @i . '

Cat. No. ®Dc dia. ap rampihg Total cutting length L (mm) | Min. bore dia. | Max. bore dia.

(mm) (mm) (mm) angle8° at max. ap Dh min (mm) | Dh max (mm)
QXP-*040R-16 40 34.1 1 0°30’ 114.6 70 80
QXP-*050R(-22) 50 44 1 1 0°24’ 143.2 90 98
0XP-8052R-22 52 46.1 1 0°21’ 163.7 94 102
0XP-8063R(-22) 63 571 1 0°18’ 191 116 124
0XP-8066R(-27) 66 60.1 1 0°18’ 191 122 130

Note) The ramping angle 0.5° or less is recommended (please refer to the above table).




Tooling by -

(7]
S [QM MAX QXPTYPE]
—_
D
v—#% B RECOMMENDED CUTTING CONDITIONS
% @ EPMT/W type insert
= Tool dia. (mm)
= Work Insert (h)t:/r?r_ 40
Materials  |Grades Leng?h No. of teeth 6N No. of teeth 7N
2 (mm) ap de n Vi dp de n Vi
(mm) (mm) (min") | (mm/min) (mm) (mm) (min) | (mm/min)
150 | 0.8 | ~32 | 1,050 | 6,000 | 0.8 | ~32 | 1,250 | 7,000
Carbonsteel | JC7560 | 200 | 0.6 | ~32 | 1,100 | 5300 | 06 | ~32 | 1,100 | 6,200
ey |dcsoso)| 250 | 05 | ~32 | 1,000 | 4800 | 05 | -3 | 1,000 | 5600
Below 250HB  |(JC5118)| 300 | — — — — — _ — =
350 | — — — — — — — —
150 | 08 | ~32 | 1,250 | 6,000 | 0.8 | ~32 | 1,250 | 7,000
Diesteel | JC7560 | 200 | 06 | ~32 | 1,100 | 5300 | 0.6 | ~32 | 1,100 | 6,200
S 5as) |(4c8050)| 250 | 05 ~32 1,000 | 4,800 | 05 ~32 1,000 | 5,600
Below 255HB  |(JC5118)| 300 | — — — — — — — —
350 | — — — — — — — —
~150 | 08 | ~32 | 1,250 | 6,000 | 0.8 | ~32 | 1,250 | 7,000
Moldsteel | JC7560 | 200 | 06 | ~32 | 1,100 | 5300 | 06 | ~32 | 1,100 | 6,200
st a0, |(JC8050)| 250 | 05 | ~32 | 1,000 | 4800 | 05 | ~32 | 1000 | 5600
30.36HRC  |(JC5118)| 3800 | — — — — — — — —
350 | — — — — — — — —
ol stee! <150 | 06 | ~32 680 | 2,850 | 0.6 | -2 680 | 3,300
NAKBO, M1, | Joggsg | 290 | 04 | ~82 640 | 2,650 | 04 | ~32 640 | 3,100
P21 250 | 0.3 | ~32 600 | 2500 | 03 | ~32 600 | 2,900
(12311, p21)  |WCSM) 300 T — — — _ — — — —
38-43HRC 30 | — — — — — — — —
150 | 04 | ~82 520 | 1550 | 04 | ~32 520 | 1,800
Hardened die steel 200 | 02 | ~32 520 | 1,550 | 0.2 | ~82 520 | 1,800
SKD61, DAC, DHA | JC5118 950 — — — — — _ _ —
(1.2344, 1.2379) |(JC8050)
42-52HRC 300 | — — — — — — — —
350 | — — — — — — — —
~150 | 0.15 | ~82 240 | 230 | 015 | ~32 240 270

T P i i R B i
(1.0344. 1.2370) | EPMW | 250 | —

55-62HRC type 300 — — — — — — — —
/O | — | — | — | — [ = [ — i
Grey & Nodular 150 | 08 | ~32 | 1,100 | 6,600 | 0.8 | ~32 | 1,100 | 7.700
dastion | Josq1g | 290 | 06 | ~32 | 1,000 | 6000 | 06 | ~32 | 1,000 | 7,000
FC. FCD 250 | 05 | ~32 900 | 5400 | 05 | ~32 900 | 6,300
(GG, GGG)  |(JCT960) 300 T — — — — — — — —
Below 300HB 350 — — — — — — — —
150 | 06 | ~32 | 1,000 | 5400 | 06 | ~32 | 1.200 | 6,300
Stain less steel | o756 | 200 | 04 | ~82 | 1,100 | 4,950 | 04 | -3 | 1,100 | 5800
SUS304 250 | 03 | ~32 | 1,000 | 4450 | 0.3 | ~32 | 1,000 | 5200
Below 250HB  |(JG80S0)[ 39 | — — — — — — —
30| — | — | — [ — | — | — — | —
~150 | 06 | ~32 480 [ 1150 | 06 | ~32 480 | 1.350
- JC7560 | 200 | 04 | ~32 440 | 1,050 | 04 | ~32 440 | 1,230
Tk &Y |(Jcs118)| 250 | 0.3 | ~32 440 | 1050 | 03 | -32 440 | 1,230
(ososo) 300 | — | — | — | — | — | — = [ =
/O | — | — | — | — | = [ — .
~150 | 06 | ~32 240 | 430 | 06 | ~32 240 | 500
JC5118 | 200 | 04 | ~32 200 | 360 | 04 | ~32 200 | 420
NG |(JCc8050)[ 250 [ 0.3 | -32 200 | 360 | 03 | ~32 200 | 420
(orseo)| 300 | — | — | — | — | — | — =
/| — | — | = | = [ = [ = .

2: Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE
Please refer page C043.
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[QM MAX QXPryre ]

I RECOMMENDED CUTTING CONDITIONS
@ EPMT/W type insert

=
=3
(]
>
Q0
=
D
g
=
(]

Over Tool dia. (mm)
X 50 50/52
l\/lg\t/grrigls ér::grets Lzl:%?h No. of teeth 7N No. of teeth 8N
2 (mm) ap e n Vi ap ae n Vi
(mm) (mm) (min") | (mm/min) [ (mm) (mm) (min) | (mm/min)
~150 | 1 ~40 | 1,000 | 6,300 | 1 ~40 | 1,000 | 7,200
Carbonsteel | 07560 | 200 | 0.8 | ~40 | 1,000 | 5950 | 08 | ~40 | 1,000 | 6,800
s toyy |(JC8050) 250 | 0.6 | ~40 900 | 5350 | 0.6 | ~40 900 | 6,100
Below 250k |(JC5118)] 300 | 05 | ~40 800 | 4750 | 05 | ~40 800 | 5450
350 | 04 | ~40 800 | 4750 | 04 | -~40 800 | 5450
~150 | 1 ~40 | 1,000 | 6,300 | 1 ~40 | 1,000 | 7,200
o Diesteel 107560 | 200 | 0.8 | ~40 | 1,000 | 5950 | 0.8 | ~40 | 1,000 | 6.800
(oaas 12379 |(JCB050)| 250 | 06 | ~40 900 | 5350 | 0.6 | ~40 900 | 6,100
Below 255HB  |(JC5118)] 300 | 05 | ~40 800 | 4750 | 05 | ~40 800 | 5450
350 | 04 | ~40 800 | 4750 | 04 | ~40 800 | 5450
~150 | 1 ~40 | 1,000 | 6,300 | 1 ~40 | 1,000 | 7,200
Mold steel | Jo7560 | 200 | 0.8 | ~40 | 1,000 | 5950 | 08 | ~40 | 1,000 | 6,800
a1t P20, |(JC8050) 250 | 06~ | ~40 900 | 5350 | 0.6 | ~40 900 | 6,100
s0-3ehRc |(JC5118) 300 | 05 | ~40 800 | 4,750 | 05 | ~40 800 | 5450
350 | 04 | ~40 800 | 4750 | 04 | -40 800 | 5450
P ~150 | 0.8 | ~40 540 | 2,600 | 0.8 | ~40 540 | 3,000
NAKBD, HPV, | jog050 | 200 | 0.6 | ~40 540 | 2,600 | 0.6 | ~40 540 | 3,000
P21 (JG5118)| 250 | 04 | -40 510 | 2500 | 04 | ~40 510 | 2,850
(12811, P21) 300 | 03 | ~40 480 | 2350 | 03 | ~40 480 | 2,700
i 350 | 0.3 | ~40 480 | 2,000 | 03 | ~40 480 | 2,300
I ~150 | 0.6 | ~40 400 | 1,400 | 0.6 | ~40 400 | 1,600
ol b 200 | 04 | ~40 400 | 1,400 | 04 | ~40 400 | 1,600
pha | JG5118 osg T 02 | <40 400 | 1400 | 02 | ~40 400 | 1,600
(1.2344, 1.2379) |(JGBOSO0)—77yT—— _ _ _ — — — —
42-52HRC 350 — — — — — — — —
oo dio ctoal ~150 | 0.5 | ~40 190 | 210 | 0.5 | ~40 190 | 240
kD11 e | Jos118 | 200 | 0.15 | ~40 170 | 190 | 045 | ~40 170 | 220
(1252 gy | EPMW- [ 250 1 01| ~40 170 | 190 | 01 | ~40 170 | 220
1.2344, 1.2379 type 300 — — — — — — — —
55-62HRC B0 — — — — — — —
T ~150 | 1 ~40 900 | 7,500 | 1 ~40 900 | 8,600
castion | yo511g | 200 | 08 | ~40 900 | 6,300 | 08 | ~40 900 | 7,200
FG.FCD | d7gpn)| 250 | 06 | ~40 850 | 5950 | 0.6 | ~40 850 | 6,800
Aeterelee) 300 | 05 | ~40 800 | 5600 | 05 | ~40 800 | 6,400
350 | 04 | ~40 800 | 5600 | 04 | ~40 800 | 6,400
~150 | 0.8 | ~40 950 | 5600 | 0.8 | ~40 950 | 6,400
Stainless steel | o750 | 200 | 0.6 | ~40 950 | 5000 | 0.6 | ~40 950 | 5,700
sUs04 | \egnenyl 250 | 04 | ~40 900 | 4,700 | 04 | ~40 900 | 5,400
Below 250HB 300 | 03 | ~40 900 | 4700 | 03 | ~40 900 | 5400
350 | 0.3 | ~40 850 | 4450 | 03 | -~40 850 | 5,100
<150 | 0.8 | ~40 380 | 1,050 | 0.8 | ~40 380 | 1,220
- JC7560 | 200 | 0.6 | ~40 380 | 1,050 | 0.6 | ~40 380 | 1,220
T as | (Jos118)[ 250 | 0.4 | ~40 350 | 980 | 04 | ~40 350 | 1,120
(JC8050) [ 300 | 0.3 | ~40 350 | 980 | 03 | ~40 350 | 1,120
350 | 03 | ~40 320 | 890 | 03 | ~40 320 | 1,020
~150 | 0.8 | ~40 190 [ 390 | 0.8 | ~40 190 | 450
eonel | 908118 [ 200 | 0.6 [ ~40 190 | 390 | 06 | ~40 190 | 450
(NGoT7s) | (408050) [ 250 | 04 | ~40 160 | 330 | 04 | ~40 160 | 380
(JC7560)| 300 | 0.3 | ~40 160 | 330 | 03 | ~40 160 | 380
350 | 03 | ~40 130 | 270 | 03 | 40 130 | 310
2: Overhung length, @p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed
W NOTE

Please refer page C043.
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D
= Il RECOMMENDED CUTTING CONDITIONS
% @ EPMT/W type insert
= Over- Tool dia. (mm)
— Work Insert | hung 63/66
Materials |Grades|Length No. of teeth 8N
2 (mm) ap ae n Vi
(mm) (mm) (min) | (mm/min)
~200 | 1 ~50 800 | 5,750
Carbonsteel | jc7560 | 250 | 0.8 ~50 800 | 5,450
Soas, cogy |(4C8050)[ 300 | 0.6 | ~50 720 | 4,900
Below 250HB  |(JC5118)| 350 | 0.5 ~50 640 | 4,350
400 | 0.4 ~50 640 | 4,350
~200 | 1 ~50 800 | 5,750
SKgg; Stse}gllj » JC7560 | 250 | 0.8 ~50 800 | 5,450
(12344’ 1.0379) |(JC8050) 300 | 0.6 ~50 720 | 4,900
Below 25518 . |(JC5118)[ 350 | 0.5 ~50 640 | 4,350
400 | 0.4 ~50 640 | 4,350
~200 | 1 ~50 800 | 5,750
HPMg'dP;tgelgzo JC7560 | 250 | 0.8 ~50 800 | 5,450
(12311 P20y |(4C8050)| 300 | 0.6 ~50 720 | 4,900
30-36HRC ~ [(JC5118)| 350 | 0.5 ~50 640 | 4,350
400 | 0.4 ~50 640 | 4,350
Vold steol ~200 | 0.8 ~50 430 | 2,400
NAK80, HPM1, | je8050 250 0.6 ~50 430 2,400
P21 300 | 0.4 ~50 410 | 2,300
(1.2311,p21) |(CB118) 350 | 0.3 ~50 370 | 2,100
98-43HRC 200 | 03 | ~50 370 | 1.800
~200 | 0.6 ~50 320 | 1,300
Hardened die steel ~
SKD61, DAC, DHA| JC5118 ggg 8"21' ~gg ggg 1383
(1.2344, 1.2379) |(JC8050) : :
42-52HRC 350 — — R —
400 | — — — —
Hardened die steel ~200 0.15 ~50 150 190
SKD11,SLD, | JC5118 | 250 [ 0.15 | ~50 130 170
y 2325:11 12379) EE:yMW- 300 | 0.1 ~50 130 170
2344, 1. pe 350 | — — — —
55-62HRC 400 - — — —
~200 | 1 ~50 720 | 6,900
Grey & Nodular Jc511 | 250 | 08 | ~50 720 | 5750
FC, FCD (JG7560) 300 | 0.6 ~50 680 | 5,450
(GG, GGG) 350 | 0.5 ~50 640 | 5,100
Selow S00r1B 200 | 04 | ~50 640 | 5100
~200 | 0.8 ~50 750 | 5,050
Stainless steel | o750 |_290 | 0.6 ~50 750 | 4,500
SUS304 (JC8050) 300 | 0.4 ~50 710 | 4,250
Below 250HB 350 | 0.3 ~50 710 | 4,250

400 | 0.3 ~50 670 4,000

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

Bl NOTE
Please refer page C043.
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[QM MAX QXPvre 1

B RECOMMENDED CUTTING CONDITIONS /HIGH SPEED MACHINING

@ EPHW type insert

Tool dia. (mm)
Work Insert 40 40
Materials Grades No. of teeth 6N No. of teeth 7N
12 ap ae n Vi 12 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
) . <100 | 03 | -3 | 720 | 3460 | ~100 | 03 | ~32 | 720 | 4030
ardened die
steel 150 | 025 | ~32 | 650 | 2500 | 150 | 025 | ~32 | 650 | 2910
SKD61, DAC. 1)08118| 200 | 020 | ~32 | 580 | 1670 | 200 | 020 | ~32 | 580 | 1950
(1.2344, 1.2379) 250 | 01 | ~32 | 580 | 1670 | 250 | 01 | ~32 | 580 | 1950
42-52HRC 300 — — — — 300 | — — — —
) . 100 | 02 | -3 | 640 | 1,150 | ~100 | 02 | ~32 | 640 | 1340
ardened die
steel 150 | 015 | ~32 | 580 | 940 | 150 | 015 | ~32 | 580 | 1,100
SKOILSED | DH102| 200 | 01 | -32 | 510 | 740 | 200 | 01 | -32 | 510 | 860
(1.2344, 1.2379) 250 — — — — 250 | — _ _ _
55-62HRC 300 | — — — — 300 | — — — —

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

@ EPHW type insert

Tool dia. (mm)
Work Insert 50 50/52
Materials |Grades No. of teeth 7N No. of teeth 8N
12 a ae n \%i 12 a ae - Vi
(mm) (mrFr)1) (mm) (min) | (mm/min) | (mm) (m,?q) mm) | D ming
. . ~150 | 03 | <40 | 570 [ 3,190 | ~150 | 0.3 | ~40 | 570 | 3,650
ardened die
steel 200 | 025 | ~40 | 510 | 2280 | 200 | 025 | ~40 | 510 | 2,610
SKDOT.DAC. 1 Jc8118| 250 | 020 | ~40 | 460 | 1550 | 250 | 0.20 | ~40 | 460 | 1,770
(1.2344, 1.2379) 300 | 01 | ~40 | 460 | 1550 | 300 | 01 | ~40 | 460 | 1,770
42-52HRC 350 — — — — 350 | — — — -
H . ~150 | 02 | ~40 | 510 [ 1,070 | ~150 | 0.2 | ~40 | 510 | 1,220
ardened die
steel 200 | 015 | ~40 | 460 | 870 | 200 | 015 | ~40 | 460 | 990
SKDILSED I DH102| 250 | 01 | ~40 | 410 | 690 | 250 | 01 | ~40 | 410 | 790
(1.2344, 1.2379) 300 — — — — 300 | — _ — _
55-62HRC 350 — — — — 30 | — — — —

£2: Overhung length, @p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, V. Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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= I RECOMMENDED CUTTING CONDITIONS /HIGH SPEED MACHINING
S
=B @ EPHW type insert
=
= Tool dia. (mm)
Work Insert 63/66
Materials |Grades No. of teeth 8N
2 ap ae n Vi
(mm) (mm) (mm) (min) | (mm/min)
Hardened die ~200 | 03 | ~50 | 450 | 2,880
steel 250 | 0.25 ~50 410 | 2,100
SKD61, DAC, 2
oia (08118130002 | 50 | 360 | 1,380
(1.2344, 1.2379)
42-52HRC 350 [ 0.1 ~50 360 | 1,380
Hardoned die ~200 ] 02 | ~50 | 400 | 960
steel 250 | 0.15 ~50 360 780

SKD11, SLD,

ocit D102 30001 | =50 | 320 | 610
(1.2344,1.2379)
55-62HRC 350 — — — —

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.

B NOTE for EPMT/W type insert

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

2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed with keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




B Tooling by DIJET
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’QM MAX QXPvre ‘ 2
>

Il RECOMMENDED CUTTING CONDITIONS %
@ ZPMT type insert =
Tool dia. (mm) =

Work Insert 40
Materials  |Grades No. of teeth 6N No. of teeth 7N
2 ap apxae n Vi 2 ap apxae n Vit
(mm) (mm) (mm?) (min") | (mm/min)| (mm) (mm) (mm?) (min") | (mm/min)

~100 | ~6.0 | ~28.0 | 1,270 | 920 | ~100 | ~6.0 | ~28.0 | 1,270 | 1,070

Carbon steel JC5118
?855%255%? (JC8050) 150 | ~5.0 |~20.0 | 1,140 | 750 150 | ~5.0 | ~20.0 | 1,140 880
Below 250HB

200 | ~40 |~10.0 | 1,010 | 610 200 | ~4.0 |~10.0 | 1,010 710

~100 | ~6.0 | ~28.0 | 1,190 | 590 | ~100 | ~6.0 |~28.0 | 1,190 690

Die steel JC5118
SKD61, SKD11 - - ~ .
koo Sko1Y |(icsos0)| 150 | ~5.0 | ~20.0 | 1,070 | 450 | 150 | -50 | ~20.0 | 1,070 | 520

Below 255HB

200 | ~4.0 | ~10.0 950 | 320 200 | ~4.0 | ~10.0 950 370

~100 | ~6.0 | ~28.0 950 | 570 ~100 | ~6.0 | ~28.0 950 660
Mold steel

Nakss P20 |(JCesag)| 150 | ~50 | 200 | 860 | 460 | 150 | -50 |~200 | 860 | 530

(1.2311, P20)

S0-43HRC 200 | ~40 | ~10.0 | 760 | 360 200 | ~40 | ~10.0 | 760 | 420
~100 | ~6.0 | ~32.0 | 1,190 | 860 | ~100 | ~6.0 | ~32.0 | 1,190 | 1,000

Grey & Nodular

PRD | Jost18| 150 | ~5.0 | ~24.0 | 1,070 | 710 | 150 | ~5.0 | ~24.0 | 1,070 | 820

(GG, GGG)

Below 300HB 200 | ~40 |~12.0 | 950 | 570 | 200 | ~40 |~12.0 | 950 | 670

~100 | ~6.0 | ~28.0 | 1,190 | 590 | ~100 | ~6.0 |~28.0 | 1,190 690

Stainless steel

SUS304 JC8050 150 | ~5.0 | ~20.0 | 1,070 | 450 150 | ~5.0 | ~20.0 | 1,070 520
Below 250HB

200 | ~4.0 |~10.0 950 | 320 200 | ~4.0 | ~10.0 950 370

2: Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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Tooling by DIJET

’QM MAX QXPrypPE ‘

I RECOMMENDED CUTTING CONDITIONS
@ ZPMT type insert

Tool dia. (mm)
Work Insert 50 50/52
Materials  |Grades No. of teeth 7N No. of teeth 8N
2 ap apxae n Vi 2 ap apxae Vit
(mm) (mm) (mm?) (min") | (mm/min)| (mm) (mm) (mm?) (min") | (mm/min)
~150 | ~6.0 | ~35.0 | 1,020 860 | ~150 | ~6.0 | ~35.0 | 1,020 980
Carbon steel JC5118
S55C, S50C - " ~ ~
(C50.055)  |(JC8050) 200 5.0 25.0 920 710 200 5.0 25.0 920 810
Below 250HB
250 | ~4.0 | ~12.0 820 570 250 | ~4.0 | ~12.0 820 650
~150 | ~6.0 | ~35.0 950 670 | ~150 | ~6.0 | ~35.0 950 760
Die steel JC5118
SKD61, SKD11 - . ~ ~
(1.2344. 1.0379) |(JC8O50) 200 5.0 25.0 860 540 200 5.0 25.0 860 620
Below 255HB
250 | ~4.0 |~12.0 760 430 250 | ~4.0 |~12.0 760 490
~150 | ~6.0 | ~35.0 760 530 | ~150 | ~6.0 | ~35.0 760 610
Mold steel
Naked P |Jcepig)| 200 | ~50 | -250 | 680 | 430 | 200 | -50 |~250 | 680 | 490
(1.2311, P20)
RS 250 | ~4.0 |~120 | 610 | 340 | 250 | ~4.0 |~12.0 | 610 | 390
~150 | ~6.0 | ~40.0 950 800 | ~150 | ~6.0 | ~40.0 950 910
Grey & Nodular
feD |Jest18| 200 | ~5.0 |~30.0 | 860 | 670 | 200 | ~5.0 |~30.0 | 860 | 760
(GG, GGG)
Eisilony SOURE 250 | ~4.0 | ~15.0 760 530 250 | ~4.0 | ~15.0 760 610
~150 | ~6.0 | ~35.0 950 670 | ~150 | ~6.0 | ~35.0 950 760
Stainless steel
SUS304 JC8050 200 | ~5.0 |~25.0 860 540 200 | ~5.0 | ~25.0 860 620
Below 250HB
250 | ~4.0 | ~12.0 760 430 250 | ~4.0 | ~12.0 760 490

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




‘QM MAX QXPrypPE \

B RECOMMENDED CUTTING CONDITIONS

@ ZPMT type insert

Tool dia. (mm)

Work Insert 63/66
Materials  |Grades No. of teeth 8N
ap apxae n Vi
(mm) (mm) (mm2) (min") | (mm/min)

~200 | ~6.0 | ~42.0 800 770

Carbon steel JC5118
S55C, S50C

020 |iCa0sp)| 250 | ~5.0 | -30.0 | 720 | 630
Below 250HB

300 | ~4.0 | ~16.0 640 500

~200 | ~6.0 | ~42.0 750 | 600

Die steel JC5118
SKD61, SKD11 ~ ~
(1.2344. 1.0379) |(JCBO50) 250 5.0 30.0 680 490

Below 255HB

300 | ~4.0 | ~16.0 600 390

~200 | ~6.0 | ~420 600 480
Mold steel

HPM7, PX5,
Nake0 P20 |(Joeryy)| 250 | ~50 | -300 | 540 390

(12311, P20)

30-43HRC 300 | ~4.0 | ~16.0 480 | 300
~200 | ~6.0 | ~48.0 750 720

Grey & Nodular

PSS |Jost18| 250 | ~5.0 | ~35.0 | 680 | 600

(GG, GGG)

Below 300HB 300 | ~4.0 | ~18.0 600 | 480

~200 | ~6.0 | ~42.0 750 600

Stainless steel

SUS304 JC8050 250 | ~5.0 | ~30.0 680 490
Below 250HB

300 | ~4.0 | ~16.0 600 390

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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‘aM MAX QXPrypPE \

B RECOMMENDED CUTTING CONDITIONS /LOW DEPTH OF CUT AND HIGH FEED

@ ZPMT100320ZER insert

Tool dia. (mm)

Work Insert 40
Materials Grades No. of teeth 6N No. of teeth 7N
2 ap ae n \%i 2 ap ae n Vs
(mm) (mm) (mm) (min) | (mm/min) | (mm) (mm) (mm) | (min™) | (mm/min)
~100 0.4 ~32 1,350 4,860 ~100 0.4 ~32 1,350 5,670
Carbon steel 150 0.3 ~32 1,350 4,860 150 0.3 ~32 1,350 5,670

850G, 855C | JOS118 o0, o | 35 1,220 | 3,940 200 | 025 | ~32 | 1,220 | 4590

(C50, C55)
Below 250HB L) 250 0.15 ~32 1,080 3,110 250 0.15 ~32 1,080 | 3,630

~100 | 04 ~32 | 1270 | 4570 | ~100 | 04 ~32 | 1,270 | 5330
Die steel 150 | 0.3 ~32 | 1270 | 4570 150 | 0.3 ~32 | 1,270 | 5330
sKD61, SKD11 | JCS118 50,5 35 1,140 | 3,700 200 | 025 | ~32 | 1,140 | 4,320

(1.2344, 1.2379)
Below 255HB it 250 0.15 ~32 1,020 2,920 250 0.15 ~32 1,020 | 3,410

~100 0.4 ~32 1,270 4570 | ~100 0.4 ~32 1,270 | 5,330
Mold steel 150 0.3 ~32 1,270 4,570 150 0.3 ~32 1,270 | 5,330

HPM7, Px5, P20 | J080S0 =000 5051 5o 1140 | 3,700 200 | 025 | ~32 | 1,140 | 4,320
(1.2311, P20) (JC5118) . 3 z i . 3 ! !

30-36HRC 250 | 015 | ~32 | 1,020 | 2,920 250 | 045 | ~32 | 1,020 | 3,410

~100 | 04 ~32 | 1190 | 5000 | ~100 | 04 ~32 | 1190 | 5830

Gregai‘;tNi%?]ular 150 | 035 | ~32 | 1,90 | 5,000 150 | 035 | ~32 | 1,190 | 5,830

FC, FCD Jc5118 | 200 | 03 ~32 | 1,070 | 4,050 200 | 03 ~32 | 1,070 | 4,720
(GG, GGG) - =

By L LN 250 | 0.2 32 950 | 3,200 250 | 0.2 32 950 | 3,730

~100 | 04 ~32 | 1350 | 4860 | ~100 | 04 ~32 | 1,350 | 5670

, 150 | 0.3 ~32 | 1350 | 4860 150 | 0.3 ~32 | 1,350 | 5670

Stainless steel
SUS304 JC8050 | 200 | 025 | ~32 | 1,220 | 3,940 200 | 025 | ~32 | 1,220 | 4,590
Bl 25012 250 | 015 | ~32 | 1,080 | 3,110 250 | 015 | ~32 | 1,080 | 3,630

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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B RECOMMENDED CUTTING CONDITIONS /LOW DEPTH OF CUT AND HIGH FEED ®
—]
@ ZPMT100320ZER insert 8
Tool dia. (mm) e
Work Insert 50 50/52
Materials Grades No. of teeth 7N No. of teeth 8N
2 ap ae n Vi 12 ap ae n \%i

(mm) (mm) (mm) (min) | (mm/min) [ (mm) (mm) (mm) | (min) | (mm/min)

~150 | 0.4 ~40 | 1,080 | 4540 | ~150 | 0.4 ~40 | 1,080 | 5,190

Carbonsteel | o000 | 200 | 03 ~40 | 1,080 | 4540 | 200 | 03 ~40 | 1,080 | 5,190

el (cs0s)| 220 | 025 | ~40 | o0 | 3680 | 250 | 025 | 40 | 70 | 4200

Below 250HB 300 | 0.2 ~40 860 | 2910 | 300 | 02 ~40 860 | 3,320

350 | 015 | ~40 860 | 2,910 | 350 | 0.15 | ~40 860 | 3,320

~150 | 0.4 ~40 | 1,020 | 4280 | ~150 | 0.4 ~40 | 1,020 | 4,890

Diosicel | o 0| 200 | 03 ~40 | 1,020 | 4280 | 200 | 03 ~40 | 1,020 | 4,890
SKD61, SKD11

(2344, 12379) | (168050) 250 | 025 | ~40 920 | 3470 | 250 | 025 | ~40 920 | 3,960

Below 255HB 300 | 0.2 ~40 820 | 2740 | 300 | 02 ~40 820 | 3,130

350 | 015 | ~40 820 | 2,740 | 350 | 0.15 | ~40 820 | 3,130

~150 | 0.4 ~40 | 1,020 | 4280 | ~150 | 0.4 ~40 | 1,020 | 4,890

Modseel | o0 | 200 | 03 ~40 | 1,020 | 4280 | 200 | 03 ~40 | 1,020 | 4,890

) (Cst1g)| 290 | 025 | ~40 | 020 | 3470 | 250 | 025 | ~40 | 20 | 3960

30-36HRC 300 | 02 ~40 820 | 2740 | 300 | 02 ~40 820 | 3,130

350 | 015 | ~40 820 | 2,740 | 350 | 015 | ~40 820 | 3,130

150 | 0.4 ~40 950 | 4,660 | ~150 | 0.4 ~40 950 | 5,330

Gfegait'“ig?‘“'a’ 200 | 035 | ~40 950 | 4,660 200 | 035 | ~40 950 | 5,330

( FC.ECD. : Je5118 | 250 | 03 ~40 860 | 3,770 | 250 | 03 ~40 860 | 4,320

B LA 300 | 025 | ~40 760 | 2,980 | 300 | 025 | ~40 760 | 3,410

350 | 0.2 ~40 760 | 2980 | 350 | 02 ~40 760 | 3,410

~150 | 0.4 ~40 | 1,080 | 4540 | ~150 | 0.4 ~40 | 1,080 | 57190

s 200 | 03 ~40 | 1,080 | 4540 | 200 | 03 ~40 | 1,080 | 5190
ainless steel

SUS304 JC8050 | 250 | 025 | ~40 970 | 3680 | 250 | 025 | ~40 970 | 4,200

Below 250HB 300 | 015 | ~40 970 | 3680 | 300 | 015 | ~40 970 | 4,200

350 | 015 | ~40 860 | 2910 | 350 | 015 | ~40 860 | 3,320

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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ﬁ I RECOMMENDED CUTTING CONDITIONS /LOW DEPTH OF CUT AND HIGH FEED
>
D .
'g @ ZPMT100320ZER insert
= Tool dia. (mm)
Work Insert 63/66
Materials Grades No. of teeth 8N
2 ap ae n Vi
(mm) (mm) (mm) (min) | (mm/min)
~200 0.4 ~50 860 4,130
Carbon steel 250 0.3 ~50 860 4,130
s50C, $55C¢ | JC5118
(©%0.05%) | (Jcaos0y| 200 | 025 | =80 | 770 | 3350
Below 250HB 350 0.2 ~50 770 3,350
400 0.15 ~50 640 2,640
~200 | 04 | ~50 | 810 | 3890
Die steel 250 0.3 ~50 810 3,890
SkD61, Skp11 | JC5118
(rooau. 12079 | Jogosgy| 20 | 025 | 80 | 730 | 3150
Below 255HB 350 0.2 ~50 730 3,150
400 0.15 ~50 650 2,490
~200 0.4 ~50 810 3,890
Mold steel 250 0.3 ~50 810 3,890
HPM7, PX5, P20 | JGB050
(12311, P20) (JC5118) 300 0.25 ~50 730 3,150
30-36HRC 350 0.2 ~50 730 3,150
400 0.15 ~50 650 2,490
~200 0.4 ~50 760 4,260
Gl & o Ltr 250 | 035 | ~50 760 | 4,260
cast iron
((Eg (E%Ec);) JC5118 300 0.3 ~50 680 3,450
B 350 | 025 | ~50 | 680 | 3450
400 0.2 ~50 610 2,730
~200 0.4 ~50 860 4,130
Stai 250 0.3 ~50 860 4,130
tainless steel
SUS304 JC8050 300 0.25 ~50 770 3,350
Below 250HB 350 | 02 | ~50 770 | 3,350
400 0.15 ~50 640 2,640

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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Il RECOMMENDED CUTTING CONDITIONS/UP & DOWN FINISHING %
@ YPHW-15/-F type insert =
Tool dia. (mm) =3

7

Work Insert 40 50
Materials | Grades No. of teeth 6N No. of teeth 7N No. of teeth 7N

¢ | ap |ae | n Vs ¢ | ap|a | n Vs L | ap |ae | n | v
(mm) | (mm) | (mm) [(MIin)| maminy | (MM) | (Mm) | (mm) [(MID)] @i | MM | (mm) | (mm) [(MIin)] omin

~150| 0.88 |<0.2 |3,580[3,870 |~150| 0.88 |<0.2 3,580/4,520 |~150 <0.2 2,8603,600
Carbon steel 200/ 0.88 |<0.2 |3,580/3,870 | 200| 0.88 |<0.2 |3,5804,520 | 200 <0.2 2,8603,600

ss0C, ss5¢ | JG8015
(C50, C55) (DH102) 250/ 0.88 <0.2 3,580/3,220 | 250/ 0.88 |<0.2 |3,580/3,760 | 250 <0.2 2,860(3,600

y
,
.
Below 250HB 300/ 0.88 |<0.2[2,790/2,010 | 300/ 0.88 |<0.2 2,790,350 | 300, 1 |<0.2 2,8603,000
350 — [ — [ —] — 350 — | — ] —] — 350 1 |<0.228603000
~150]0.88 |<0.2 [3,1803,430 |~150] 0.88 |<0.2 [3,1804,000{~150] 1 [<0.2 2,5503,210
Die steel 200/ 0.88 |<0.2 [3,180/3,430 | 200/ 0.88 |<0.2(3,1804,000| 200 1 |<0.2 2,5503,210
ke (JDC:fgg 250] 0.88 |<0.2 [3,180/2,860 | 250/ 0.88 |<0.2(3,18013,340 | 250] 1 |<0.2 2,550,210
Below 255HB 300/ 0.88 |<0.2 2,390/1,720 | 300/ 0.88 |<0.2 2,390,010 300, 1 |<0.2 2,5502,680
350 — [ — [ — ] — 350 — | — ] —] — 350 1 |<0.225502680
~150/0.88 |<0.2 [2,790[2,510~150] 0.88 |<0.2 [2,7902,930 [~150] 1 [<0.2 2,2302,340
Mold steel 200/ 0.88 [<0.2 [2,790/2,510 | 200/ 0.88 |<0.2 2,7902,930| 200 1 |<0.2 2,2302,340
i e (JDC:%S) 250/ 0.88 |<0.2 2,790/2,010| 250/ 0.88 |<0.2]2,7902,350 | 250] 1 |<0.2 2,23012,340
30-36HRC 300/ 0.88 |<0.2 [1,990/1,190 | 300/ 0.88 |<0.21,990/1,390| 300 1 |<0.2 2,230/1,870
350 — [ —[—] — 350 — | — ] —] — 350 1 |<0.222301,870
~1500.88 |<0.2 [1,990[1,430~150] 0.88 |<0.2[1,990[1,430 [~150] 1 [<0.2 11,590 1,340
NAe et | Joagqs | 200.0.88 <02 [1,9901,430 | 200/0.88 |<0.21,9901,430] 200 1 |<0.21,5901,340
P21 250/ 0.88 |<0.2 [1,990/1,150 | 250/ 0.88 |<0.2 1,991,150 | 250 1 |<0.2 1,590/1,340
(211 P2ty | (OR102) o ag <02 11,420 680 | 300/ 0.8 |<0.2 [1420 680| 300 1 |<0.2 15901070
350 — | — | — | — |30 — | —|— ] —[350 1 |<02]15901,070
~150/ 0.88 [<0.15[1,350 810 [-150]0.88 |<0.15[1,350] 950 [-150] 1 |<0.15]1,080] 760
Hardened die steel 200/ 0.88 |<0.15]1,350 810 | 200/ 0.88 |<0.151,350 950 | 200] 1 |<0.15/1,080| 760
e acaons ( JDCZL% 250| 0.88 |<0.15/1,350| 650 | 250| 0.88 |<0.15/1,350| 760 | 250] 1 |<0.15[1,080| 760
42:52HRC 300/ 0.88 |<0.15] 960 390 | 300/ 0.88 |<0.15| 960] 460 | 300 1 |<0.15/1,080] 610
350 — [ —[—] — 380 — | —]—] — |30 1 |015]1,080] 610
~1500.88 |<0.2 |4,380[5,260 |~150] 0.88 |<0.2 [4,3806,140[~150] 1 [<0.2 3,5005,390
Orey B Noduer | a1 | 200/088 <02 43805260 | 200/0.88 |<0.214,3806,140| 200] 1 |<0.2 85005390
CEED | (higg)| 250088 (<02 35604300 250/ 088 |<0.2 35605,020 | 250] 1 |<0.213,5005,390
Below 300118 300] 0.88 |<0.2 [3,580/3,220 | 300/ 0.88 |<0.2 3,583,760 | 300 1 |<0.2 2,8604,000
1

3500 — | — | — | — |30 — | — | — | —|350
2: Overhunglength, Pt Pick feed, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

<0.2 2,8604,000

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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= I RECOMMENDED CUTTING CONDITIONS /UP & DOWN FINISHING
% @ YPHW-15/-F type insert
= Tool dia. (mm)
= 50/52 63/66
Work Insert
Materials |Grades No. of teeth 8N No. of teeth 8N

L ap | @e | n Vi L ap | @ae | n Vi
(mm) | (mm) | (mm) {(MIn)| i | MM)| (mm) | (mm) |(MIn)] mminy

<0.2 2,8604,110 (~200| 1.12 |<0.2 [2,270(3,260
<0.2 2,8604,110 | 250|1.12 |<0.2 [2,270(3,260
<0.2 2,8604,110 | 300|1.12 |<0.2 [2,270(3,260

200
Carbon steel
$50C, $55C | JGB015 250

(C50, C55) (DH102)

Below 300HB 300 <0.2 2,8604,570 | 350{1.12 |<0.2 2,270/3,630
<0.2 2,8604,570 | 400|1.12 |<0.2 2,270(3,630

2: Overhung length, P Pick feed, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

3
]
]
Sicha 250 3000 1 |<0.2 2,8603,430 | 350|1.12 |<0.2 2,270[2,720
350, 1 |<0.2 2,8603,430 | 400/ 1.12 |<0.2 2,270|2,720
~150] 1 |<0.2 [2,5503,670 |~200| 1.12 |<0.2 2,0202,910
JDesteel | o 2000 1 |<0.2 2,5503,670 | 250/ 1.12 |<0.2 2,020/2,910
(12044, 1.2379) | (DH102) 250 1 |<0.2 2,5503,670 | 300/ 1.12 |<0.2 2,020/2,910
Sichan 25501 3000 1 |<0.2 2,55013,060 | 350|1.12 |<0.2 2,020/2,420
350, 1 |<0.2 2,5503,060 | 400/ 1.12 |<0.2 2,020|2,420
~150/ 1 |<0.2 2,302,670 |~200| 1.12 |<0.2 1,702,120
Mold steel 2000 1 |<0.2 2,23012,670 | 250|1.12 |<0.2[1,770/2,120
o el (JDC:?(:;) 250/ 1 |<0.2 2,2302,670 | 300 1.12 |<0.2 1,770(2,120
SR 3000 1 |<0.2 2,2302,140 | 350|1.12 |<0.2[1,770/1,700
350 1 |<0.2 2,2302,140 | 400/ 1.12 |<0.2 1,770|1,700
~150/ 1 |<0.2 [1,590(1,530 |~200| 1.12 |<0.2 1,260/1,210
NAMKoslg,sl—tHeD?\l/I | scaots 2000 1 |<0.2 1,590/1,530 | 250/ 1.12 |<0.2 1,260/1,210
(1'2;%21) (DH102) 250 1 |<0.2 1,590/1,530 | 300/ 1.12 |<0.2 1,260/1,210
38-43HRC 3000 1 |<0.2 1,590/1,220 | 350/ 1.12 |<0.2 1,260 970
350 1 |<0.2 1,590/1,220 | 400/ 1.12 |<0.2 1,260 970
~150/ 1 |<0.15[1,080| 870 |~200| 1.12 |<0.15| 860 690
Hordened dio stce |1 2000 1 |<0.15(1,080/ 870| 250/ 1.12 |<0.15 860 690
(1:2344,15379) | (JC8015) 250 1 |<0.15(1,080/ 870| 300/ 1.12 |<0.15 860 690
AZBZFIRL 300/ 1 |<0.15[1,080, 700 | 350|1.12 |<0.15| 860| 550
350 1 |<0.15(1,080/ 700 | 400/ 1.12 |<0.15 860 550
~150/ 1 |<0.2 3,500,160 [~200| 1.12 |<0.2 2,780/4,890
I A o801 2000 1 |<0.2 3,5006,160 | 250/ 1.12 |<0.2 2,780|4,890
FC. FCD 250 1 |<0.2 3,500,160 | 300|1.12 |<0.2 [2,780/4,890
(GG, GGG) [(DH102) 1
]

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




-
[QM MAX QXPryrE 1 =
S
B RECOMMENDED CUTTING CONDITIONS /SIDE FACE FINISHING =
@ YPHW-15/-F type insert —_
Tool dia. (mm) =
Work Insert 40 «
Materials | Grades No. of teeth 6N No. of teeth 7N
ap ae n \%i L ap ae n \%i
(mm) (mm) (mm) (min) | (mm/min) | (mm) (mm) (mm) (min) | (mm/min)
~150 | 15 | <0.2 [ 5,170 [ 4,650 | ~150 | 15 | <0.2 | 5,170 | 5,430
Garbonsteel | (x75 | 200 | 15 | <0.2 | 5170 | 4,650 | 200 | 1.5 | <0.2 | 5,170 | 5430
Sohg cogy |(JCB015)| 250 | 1 | <0.2 | 3,580 | 2580 | 250 | 1 | <0.2 | 3580 | 3,010
Below 25018 | (DH102) [ 300 | 0.7 | <0.2 | 3580 | 2,360 | 300 | 07 | <0.2 | 3,580 | 2,750
350 | — | — | — | — |30 [ — [ — [ — | —
~150 | 15 | <0.2 | 3,580 | 3,220 | ~150 | 15 | <0.2 | 3,580 | 3,760
Die steel Cx75 | 200 | 1.5 | <0.2 | 3580 | 3,220 | 200 | 15 | <0.2 | 3,580 | 3,760
Sooas Toar) |(JC8015)[ 250 | 1 | <0.2 [ 2,790 | 2,010 | 250 | 1 | <0.2 | 2,790 | 2,350
Below 25518 | (DH102) | 300 | 0.7 | <02 | 2,790 | 1,670 | 300 | 07 | <0.2 | 2,790 | 1,950
30 | — | — | — | — T30 [ — [ — [ — T —
~150 | 1.5 | <0.2 [ 3580 | 3,220 | 150 | 15 | <02 | 3,580 | 3,760
Moldsteel | \ooqs | 200 | 1.5 [ <0.2 3580 | 3,220 | 200 | 1.5 | <02 | 3580 | 3,760
"Gzt P20, | (DHi02) | 290 |1 17<02 [2,790 [2,010 | 250 | 1 ['<02 | 2790 | 2,350
30-361RC 300 | 07 | <02 [ 2790 [1,670 | 300 | 07 | <02 | 2,790 | 1,950
30 | — | — [ — | — T30 [ — [ — [ — T —
ol <o ~150 | 1.5 | <0.2 [ 3,180 | 2,200 | 150 | 15 | <02 | 3,180 | 2,670
NAKBD, M1, | Jogoqs | 200 | 15 | <0.2 3,180 [ 2290 | 200 | 1.5 | <02 | 3,180 | 2,670
P21 (DH102) | 250 | 1 1'<02 [2790 [ 1670 | 250 | 1 | <0.2 | 2,790 | 1,950
(12811, P21) 300 | 07 | <02 | 2790 [1,340 | 300 | 07 | <02 | 2,790 | 1,560
i 30 | — | — | — | — 30 — [ — [ — [ —
<150 | 15 | <02 [ 1,590 | 950 | ~150 | 1.5 | <0.2 | 1,590 | 1,110
Hardened diestee |\ | 200 | 15 | <02 [1,590 | 950 | 200 | 1.5 | <0.2 [1.590 | 1,110
e aens (DH102) | 250 | 1 _1'<02 1350 | 650 | 250 | 1 | <0.2 | 1350 | 760
42-52HRC 300 | 07 | <02 [ 1,350 | 650 | 300 | 0.7 | <0.2 | 1,350 | 760
30 | — | — | — [ — 130 [ — [ — [ — [ —
<150 | 1 | <02 [ 1,430 | 860 | ~150 | 1 | <0.2 | 1,430 | 1,000
Hardened die steel 200 | 1 | <02 [1,430 | 860 | 200 | 1 | <0.2 | 1,430 | 1,000
> oais 1 s5r0y | DH102 | 250 | 0.7 [ <02 [ 1,190 | 570 | 250 | 07 | <02 | 1,190 | 670
55-62HRC 300 | 05 | <02 [ 1,190 | 360 | 300 | 05 | <0.2 | 1,190 | 420
30 | — | — | — | — 130 — [ — [ — [ —
Grey & Nodular <150 | 1.5 | <0.2 | 4,380 | 3,940 | <150 | 15 | <0.2 | 4,380 | 4,600
castion | Jegots |20 | 15 | <0.2 4,380 [3,940 | 200 | 1.5 | <02 | 4,380 | 4,600
FC.FCD | ooy [ 250 | 1 1<0.2 3580 [ 2580 | 250 | 1 <02 | 3580 | 3,010
g, 0ad) 300 | 0.7 [ <02 [3580 | 2150 | 300 | 0.7 | <0.2 | 3580 | 2,510
elow 300HB 350 — — — — 350 — — — —
~150 | 15 | <0.2 | 3,580 | 3,220 | ~150 | 15 | <0.2 | 3,580 | 3,760
stainless steel | ogoqs | 200 | 15 | <02 3580 [3220 | 200 | 15 | <0.2 | 3580 | 3,760
susao4 | oo | 250 | 1 <02 2790 [ 2010 | 250 | 1 <02 | 2790 | 2350
Eiow 2502 300 | 07 | <02 [2790 | 1,670 | 300 | 07 | <02 | 2,790 | 1,950
350 | — | — | — | — [ 30 | — | — | — | —
<150 | 1.5 | <02 | 720 | 520 | ~150 | 15 | <02 | 720 | 610
cianimator | Jogo1s | 200 | 15 <02 | 720 | 520 | 200 | 15 | <0.2 | 720 | 610
(Troaa) | (DH102) |20 | 1 <02 | 560 | 340 | 250 [ 1 [ <02 | 560 | 400
300 | 07 | <02 | 560 | 270 | 300 | 07 | <02 | 560 | 320
30 | — | — [ — [ — T30 [ — [ — [ — T —

2: Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




Tooling by -

(7]
= [QM MAX QXPTYPE‘
2t
D
v—48 B RECOMMENDED CUTTING CONDITIONS/SIDE FACE FINISHING
g @ YPHW-15/-F type insert
'g Tool dia. (mm)
= Work Insert 50 50/52
Materials Grades No. of teeth 7N No. of teeth 8N
ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min) | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
<150 | 2 | <02 | 4,140 | 4350 | <150 | 2 | <02 | 4,140 | 4,970
Carbonsteel | (x75 | 200 | 2 | <0.2 | 4,140 | 4350 | 200 | 2 | <02 | 4,140 | 4,970
(Cb0 ey |(CBO15)| 250 | 2 | <02 | 4,140 | 4350 | 250 | 2 | <02 | 4,140 | 4970
Below 25018 | (DH102) [ 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 15 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2860 | 2,400 | 350 | 15 | <02 | 2,860 | 2,740
150 | 2 | <0.2 | 2,860 | 3,000 | <150 | 2 | <02 | 2,860 | 3,430
Die steel CX75 | 200 | 2 | <0.2 | 2,860 | 3000 | 200 | 2 | <0.2 | 2,860 | 3,430
(544 9379) |(JCBO015)| 250 | 2 | <02 | 2,860 | 3,000 | 250 | 2 | <02 | 2,860 | 3430
Below 255H8 | (DH102) [ 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 15 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2,860 | 2,400 | 350 | 15 | <02 | 2,860 | 2,740
<150 | 2 | <0.2 | 2,860 | 3,000 | <150 | 2 | <02 | 2,860 | 3,430
oMo steel | ooe | 200 | 2 <02 | 2,860 | 3,000 | 200 | 2 [ <02 | 2860 | 3430
(a1t po) | (DHio) |20 | 2 | <02 2860 [ 3,000 | 250 [ 2 [ <02 | 2,860 | 3430
30-36HRC 300 | 15 | <02 | 2,860 | 2,400 | 300 | 15 | <02 | 2,860 | 2,740
350 | 15 | <02 | 23860 | 2,400 | 350 | 15 | <0.2 | 2,860 | 2,740
ol oo <150 | 2 | <02 [ 2,550 | 2,40 | 150 | 2 | <02 | 2,550 | 2,450
NAKBO, WPV, | jogos | 200 | 2 | <0.2 [ 2550 | 2140 | 200 | 2 | <0.2 | 2550 | 2450
P21 (DH109)| 250 | 2 <02 | 2550 | 2140 | 250 | 2 | <02 | 2550 | 2450
(12811, P21) 300 | 15 | <02 | 2230 1560 | 300 | 15 | <02 | 2,230 | 1,780
350 | 15 | <02 | 2230 1560 | 350 | 15 | <02 | 2,230 | 1,780
<150 | 1.5 | <0.2 | 1,270 | 890 | ~150 | 15 | <02 | 1,270 | 1,020
Hardened die stcell o | 200 | 1.5 | <02 | 1,270 | 890 | 200 | 1.5 | <02 | 1,270 | 1,020
i o (DH109)| 250 | 15 | <02 [ 1270 | 890 | 250 | 15 | <02 | 1,270 | 1,020
42-52HRC 300 | 1.2 | <02 | 1,080 | 600 | 300 | 1.2 | <0.2 | 1,080 690
350 | 12 | <02 | 1,080 | 600 | 350 | 1.2 | <02 | 1,080 690
~150 | 1.5 | <0.2 | 1,150 | 810 | ~150 | 1.5 | <0.2 | 1,150 | 930
Hardened die steel 200 | 15 | <02 | 1,50 | 810 | 200 | 15 | <0.2 | 1,150 | 930
S aaia 1 oorey | DH102 | 250 | 15 | <0.2 | 1,150 | 810 | 250 | 15 | <0.2 | 1,150 | 930
55-62HRC 300 | 1 [ <02 | 950 | 530 | 300 | 1 | <02 | 950 | 610
350 | 1 | <02 | 950 | 530 | 350 | 1 | <02 | 950 | 610
Grey & Nodular <150 | 2 | <0.2 | 3,500 | 3,680 | <150 | 2 | <02 | 3,500 | 4,210
castion | yogots | 200 | 2 | <0.2 3500 [ 3680 | 200 | 2 | <02 | 3500 4.210
FC.FCD | pijiog)| 250 | 2 | <02 [ 3500 | 3680 | 250 | 2 | <02 | 3500 | 4210
e, aaq) 300 | 15 | <02 [ 2,860 | 2400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2860 | 2,400 | 350 | 15 | <02 | 2,860 | 2,740
~150 | 2 | <0.2 | 2,860 | 3,000 | ~150 | 2 | <02 | 2,860 | 3,430
Stanless steel | ogoqs | 200 | 2 | <0.2 | 2860 | 3,000 | 200 | 2 | <02 | 2,860 | 3,430
susao4 | itioo)| 250 | 2 <02 | 2,860 [ 3,000 | 250 | 2 | <0.2 | 2860 | 3430
Bl A 300 | 15 | <02 | 2,860 | 2,400 | 300 | 15 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2,860 | 2,400 | 350 | 15 | <0.2 | 2,860 | 2,740
150 | 2 | <02 | 570 | 480 [ ~150 | 2 | <02 | 570 | 550
o aior | Jcso1s | 200 | 2 [<02 | 570 | 480 | 200 | 2 [<0.2 | 570 | 550
(Trearaw | (DH02)| 20 | 2 [ <02 | 570 | 480 | 250 | 2 | <02 | 570 | 550
300 | 15 | <02 | 450 | 320 | 300 | 15 | <02 | 450 | 370
350 | 15 | <02 | 450 | 320 | 350 | 15 | <02 | 450 | 370

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




. Tooling by DIJET

=)
‘QM MAX QXPryre \ 2
>
)
Il RECOMMENDED CUTTING CONDITIONS/SIDE FACE FINISHING %
@ YPHW-15/-F type insert —
, o
Tool dia. (mm) =3
Work Insert 63/66 =
Materials | Grades No. of teeth 8N
2 ap ae n Vi
(mm) (mm) (mm) (mint) | (mm/min)

~200
Carbon steel CX75 250
o Ceg |cso15)| 300

<0.2 | 3,290 | 3,950
<0.2 | 3,290 | 3,950
<0.2 | 3,290 | 3,950

Below 250H8 | (DH102) | 350 5 | <02 | 2270 | 2,180
400 5 <02 | 2,270 | 2,180

~200 <02 | 2,270 | 2,720

Die steel CX75 250 <0.2 | 2,270 | 2,720

SE5% v gt 300 |2 <02 {270 o7

Below 255HB | (DH102) | 350 5 | <02 | 2270 | 2,180
400 5 | <02 | 2270 | 2,180
~200 <0.2 | 2,270 | 2,720

Mold steel 250
HPM7, PX5, P20 | JCB015 300

(1.2311, P20) (DH102)

<0.2 | 2,270 | 2,720
<0.2 | 2,270 | 2,720

30-36HRC 350 5 <0.2 | 2,270 | 2,180
400 5 <0.2 | 2,270 | 2,180
V] ~200 <0.2 | 2,020 | 1,940
NAK80, HPM1, 108015 250 <0.2 2,020 1 ,940
P21 300 <0.2 | 2,020 | 1,940
(12311, P21) | (DH102) [ 5 [ <02 | 1,770 | 1,410
S8 4HRC 400 | 15 | <02 | 1.770 | 1.410
~200 15 <0.2 | 1,010 810
Hardened die steel

SKD61, DAC, DHA| JC8015 ggg g :8% 1818 218

(1.2344, 1.2379) | (DH102) o . ]
42-52HRC 350 2 <0.2 860 550
400 2 <0.2 860 550
~200 5 <0.2 910 740
Hardened die steel 250 5 <0.2 910 740

15

SKD11, SLD, DC11 DH102 300

(1.2344, 1.2379) <0.2 910 740

55-62HRC 350 <0.2 750 480
400 <0.2 750 480

Grey & Nodular ~200 <0.2 | 2,780 | 3,340
er fiem 68015 250 <0.2 | 2,780 | 3,340
FC, FCD (DH102) 300 <0.2 | 2,780 | 3,340
3G, GEG), 350 | 15 | <02 [ 2270 [ 2,180
400 5 | <02 | 2270 | 2,180

~200 <02 | 2,270 | 2,720

Stainless steel | 08015 250 <0.2 | 2,270 | 2,720
SUS304 300 <0.2 | 2,270 | 2,720

Below 250H8 | (DH102) 251

<0.2 | 2,270 | 2,180
<0.2 | 2,270 | 2,180

NN == NN a A NN = = NN N = = NN N = = N N N

oo

2: Overhung length, a@p: Axial depth of cut, ae: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




Tooling by -

(%)
S [QM MAX QXPrypPe 1
—_
D
= I RECOMMENDED CUTTING CONDITIONS /BOTTOM FACE FINISHING
g @ YPHW-15 type insert
= Tool dia. (mm)
=
= Work Insert 40
Materia|s Grades NO. Of teeth 6N NO. Of teeth 7N
2 ap ae n Vi L ap ae n \%i
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min!) | (mm/min)
~150 0.2 |20~40 | 2,100 | 3,150 | ~150 | 0.2 | 20~38 | 2,100 | 3,680
Carbon steel 200 0.2 |20~40 | 2,100 | 3,150 200 | 0.2 |20~38 | 2,100 | 3,680

S50C, S55C CX75
(C50. C55) (DH102) 250 0.2 |20~40 | 1,570 | 1,890 250 | 0.2 |20~38 | 1,570 | 2,200

Below 250HB 300 | 02 |20~22| 1,360 | 1,640 | 300 | 0.2 |20~22 | 1,360 | 1,900
350 | — | — | — | — [ 350 — | — | — | —
~150 | 0.2 | 20~40 | 1,890 | 2,830 | ~150 | 0.2 | 20~38 | 1,890 | 3,300

Die steel 200 0.2 |20~40 | 1,890 | 2,830 200 | 0.2 |20~38 | 1,890 | 3,300

SKD61, SKD11 CX75
(1.2344. 1.2379) | (DH102) 250 0.2 |20~40 | 1,410 | 1,700 250 | 0.2 | 20~38 | 1,410 | 1,980

Below 255HB 300 | 0.2 |20~22 | 1,220 [ 1,470 | 300 | 02 [20~22 | 1,220 | 1,710
30 | — [ — | — T — [ 30| — | — [ — | —

150 | 0.2 | 20~40 | 1,750 | 2,100 | ~150 | 0.2 | 20~38 | 1,750 | 2,450

Mold steel 200 | 02 [20-40 | 1,750 | 2,100 | 200 | 0.2 |20~38 | 1,750 | 2,450

5311 ou, | DH102 | 250 | 0.2 [20~40 | 1,300 | 1,400 | 250 | 02 [20~38 | 1,300 | 1,650
30-36HRC 300 | 02 |20~22 | 1,150 | 1,150 | 300 | 0.2 |20~22 | 1,150 | 1,350

30 | — | — [ — | — [ 80| — [ — | — | —

150 | 0.2 | 20~40 | 1,600 | 1,150 | ~150 | 0.2 |20~38 | 1,600 | 1,350

Mold steel 200 | 02 [20~40 | 1,600 | 1,150 | 200 | 0.2 |20~38 | 1,600 | 1,350

s ea 2| DH102 | 250 | 02 [20~40 [ 1,200 | 720 | 250 | 0.2 |20~38 | 1,200 | 840
36-43HRC 300 | 02 [20-22| 1,050 | 630 | 300 | 0.2 |20~22 | 1,050 | 740

35010 I A= = = 3 5 1 A= = == =

~150 | 0.2 |20~40 | 800 | 480 | ~150 | 0.2 [20~38 | 800 | 560

Hardened die steel 200 | 02 [20-40| 800 | 480 | 200 | 0.2 |20~38 | 800 | 560
S omis 1530, | DH102 | 250 | 02 |20-40 | 640 | 380 | 250 | 0.2 |20-38 | 640 | 440
42-52HRC 300 | 02 [20-22| 400 | 120 | 300 | 0.2 |20~22 | 400 | 140

30 | — | — | — | — [ 0] — | — | — | —

~150 | 0.2 [20~40 | 560 | 240 | ~150 | 0.2 |20~38 | 560 | 280

Hardened die steel 200 | 02 [20~40| 560 | 240 | 200 | 0.2 |20~38 | 560 | 240

SKD11, SLD, DC11
K is Tomoy | DH102 [ 250 | 0.2 [20~40 | 400 | 120 | 250 | 0.2 |20~38 | 400 | 140

55-62HRC 300 0.2 |20~22 400 120 300 | 0.2 | 20~22 400 140
350 — — — — 350 - — — —

- ~150 | 0.2 [20~40 [ 1,590 | 1,910 | ~150 | 02 [20~38 | 1,590 | 2,230

- 200 0.2 |20~40 | 1,590 | 1,910 200 | 0.2 |20~38 | 1,590 | 2,230

FC, FCD DH102 | 250 0.2 |20~40 | 1,190 | 1,070 250 | 0.2 | 20~38 | 1,190 | 1,250

(GG, GGG) 300 0.2 | 20~22 | 1,030 620 300 | 0.2 |20~22 | 1,030 720
Below 300HB 350 — — — — 350 — — - —

~150 0.2 |[20~40 | 1,430 | 1,290 | ~150 | 0.2 | 20~38 | 1,430 | 1,500

Skiifless sicsl 200 0.2 |20~40 | 1,430 | 1,290 200 | 0.2 |20~38 | 1,430 | 1,500

SUS304 DH102 | 250 0.2 |20~40 | 1,030 740 250 | 0.2 |20~38 | 1,030 870

Below 250HB 300 0.2 |20~22 | 800 480 300 | 0.2 |20~22 800 560
350 — 350 — —

~150 | 0.2 [20-40 | 400 | 360 | ~150 | 0.2 [20-38 | 400 | 420
- 200 | 02 | 20-40 | 400 | 360 | 200 | 0.2 |20-38 | 400 | 420
TnemavsY | DH102 [ 250 | 0.2 [20-40 | 240 | 140 | 250 | 02 [20-22 | 240 | 160

300 | 0.2 [20~22 | 240 | 140 | 300 | 02 |20~22 | 240 | 160
L I I I I BT I I I

2: Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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[QM MAX QXPTYPE] 2
>
(=Y
B RECOMMENDED CUTTING CONDITIONS /BOTTOM FACE FINISHING =
@ YPHW-15 type insert —
Tool dia. (mm) =
Work Insert 50 50/52 @
Materials Grades No. of teeth 7N No. of teeth 8N
2 ap ae n Vit 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
~150 | 0.2 |25-50 | 1,700 | 2,970 | ~150 | 0.2 | 25~48 | 1,700 | 3,390
Carbonsteel |\ . | 200 | 0.2 |25-50 | 1,700 | 2,970 | 200 | 02 |25-48 | 1,700 | 3,390
et 250 | 0.2 |25-50 | 1,700 | 2,700 | 250 | 0.2 | 25-48 | 1,700 | 3,080
, (DH102)
Below 250HB 300 | 0.2 [25-50 | 1,280 | 1,790 | 300 | 0.2 | 25-48 | 1,280 | 2,040
350 | 0.2 |25-28 | 1,280 | 1,790 | 350 | 0.2 |25-28 | 1,280 | 2,040
150 | 0.2 | 25-50 | 1,530 | 2,670 | ~150 | 0.2 | 25-48 | 1,530 | 3,050
Die steel oxs | 200 | 02 [25-50 | 1,530 | 2,670 | 200 | 02 | 25-48 | 1530 | 3,050
it (Dii02)| 250 | 02 [25-50 1530 | 2430 | 250 | 02 |25-48 | 1,530 | 2,770
Below 255HB 300 | 0.2 [25-50 | 1,150 | 1,600 | 300 | 0.2 |25-48 | 1,150 | 1,830
350 | 0.2 |25-28 | 1,150 | 1,600 | 350 | 0.2 |25-28 | 1,150 | 1,830
~150 | 0.2 | 25-50 | 1,400 | 1,950 | ~150 | 0.2 | 25~48 | 1,400 | 2,200
Mold steel 200 | 0.2 |25-50 | 1,400 | 1,950 | 200 | 0.2 | 25-48 | 1,400 | 2,200
%311 p20) | DH102 | 250 | 02 2550 | 1,400 | 1,750 | 250 | 0.2 |25~48 | 1,400 | 2,000
30-36HRC 300 | 0.2 [25-50 | 1,050 | 1,250 | 300 | 0.2 |25-48 | 1,050 | 1,400

350 02 |25~28 | 1,050 | 1,250 | 350 | 0.2 | 25~28 | 1,050 | 1,400
~150 0.2 |25~50 | 1,250 | 1,050 | ~150 | 0.2 |25~48 | 1,250 | 1,200

NAKBO. Lo 200 | 02 | 25-50 | 1,250 | 1,050 | 200 | 0.2 | 25-48 | 1,250 | 1,200
Pt DH102 | 250 | 0.2 | 25-50 | 1,250 | 880 | 250 | 0.2 | 25-48 | 1,250 | 1,000
(1.2871, P21) 300 | 02 |25-50 | 950 | 660 | 300 | 0.2 |25-48 | 950 | 750
350 | 02 | 25-28 | 950 | 660 | 350 | 0.2 |25-28 | 950 | 750

150 | 0.2 | 25-50 | 510 | 360 | <150 | 0.2 | 25-48 | 510 | 410

Hardened die stee 200 | 02 | 25-50 | 510 | 360 | 200 | 0.2 |25-48 | 510 | 410
i Saor| DH102 | 250 | 0.2 |25-50 | 510 | 340 | 250 | 0.2 |25-48 | 510 | 390
42-52HRC 300 | 02 |25-50 | 380 | 270 | 300 | 0.2 |25-48 | 380 | 310
350 | 0.2 | 25-28 | 380 | 270 | 350 | 0.2 |25-28 | 380 310

150 | 0.2 | 25-50 | 380 | 190 | ~150 | 0.2 | 25-48 | 380 | 220

Hardened die scel 200 | 02 | 25-50 | 380 | 190 | 200 | 0.2 |25-48 | 380 | 220
KOs 0,00 | DH102 | 250 | 0.2 | 25-50 | 380 | 160 | 250 | 0.2 |25-48 | 380 | 180
55-62HRC 300 | 02 | 25-50 | 320 | 130 | 300 | 0.2 |25-48 | 320 | 150

350 02 |25-28 | 320 130 [ 350 | 0.2 125~28 | 320 150
~150 0.2 |25~50 | 1,270 | 1,780 | ~150 | 0.2 | 25~48 | 1,270 | 2,030

Grey & Nodular

Yt 200 | 0.2 |25-50 | 1,270 | 1,780 | 200 | 0.2 | 25-48 | 1,270 | 2,030
FC.FCD | DH102 | 250 | 0.2 | 25-50 | 1,270 | 1,560 | 250 | 0.2 |25~48 | 1,270 | 1,780
Jee cee) 300 | 0.2 |25-50 | 950 | 1,000 | 300 | 0.2 |25-48 | 950 | 1,140
350 | 0.2 |25-28 | 950 | 1,000 | 350 | 0.2 | 25-28 | 950 | 1,140

150 | 0.2 | 25-50 | 1,150 | 1,210 | <150 | 0.2 | 25~48 | 1,150 | 1,380

Stainless steel 200 | 0.2 | 25-50 | 1,150 | 1,210 | 200 | 0.2 | 25-48 | 1,150 | 1,380
SUS304 DH102 | 250 | 0.2 | 2550 | 1,150 | 1,090 | 250 | 0.2 | 25-48 | 1,150 | 1,250
Below 250HB 300 | 0.2 |25-50 | 830 | 700 | 300 | 0.2 |25-48 | 830 | 800

350 | 0.2 |25-28 | 830 | 700 | 350 | 0.2 |25-28 | 830 | 800
150 | 0.2 [25-50 | 320 | 340 | ~150 | 0.2 |25-48 | 320 | 390
- 200 | 02 [25-50 | 320 | 340 | 200 | 0.2 |25-48 | 320 | 390
TTeAaysY | DH102 [ 250 | 0.2 [25-50 | 320 | 300 | 250 | 02 |25-48 | 320 | 340

300 | 02 [25-50 | 190 | 160 | 300 | 0.2 |25-48 | 190 | 180
350 | 0.2 [25-28| 190 | 160 | 350 | 02 |25-28 | 190 | 180

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




Tooling by DIJET _

(7]
S LIM MAX QXPrvre \
D
—3% B RECOMMENDED CUTTING CONDITIONS /BOTTOM FACE FINISHING
(3]
é @ YPHW-15 type insert
= Tool dia. (mm)
Work Insert 63/66
Materials  |Grades No. of teeth 8N
ap ae n Vi
(mm) (mm) (mm) (min) | (mm/min)
~200 | 0.2 |31~63 | 1,350 | 2,700
[ T R
’ . ~ 350 | 2,45
eaonseon | 102135002 [31-63 | 1.020 | 1.630
400 | 0.2 |31~35 | 1,020 | 1,630
~200 | 0.2 |31~63 | 1,210 | 2,420
gQeseel | oo | 250 | 0.2 |31-63 1,210 | 2420
(12044, 12379) | (DHi02)| 300 | 0.2 |31-63 | 1210 | 2,190
Below 255HB 350 | 0.2 |31~63 | 910 | 1,450
400 | 0.2 |31~35| 910 | 1,450
~200 | 0.2 |31~63 | 1,110 | 1,750
e 250 | 0.2 |31~63 | 1,110 | 1,750
(15511 P20 | DH102 | 300 | 0.2 [381-63 | 1,110 | 1,580
30-36HRC 350 | 0.2 |31~63 | 830 | 1,110
400 | 02 |31~35 | 830 | 1,110
200 | 0.2 |31-63 | 1,000 | 960
Mold steel 250 | 0.2 |31~63 | 1,000 | 960
A s hay ' | DH102 | 300 | 0.2 | 31-63 | 1,000 | 800
38-43HRC 350 | 0.2 |31~63 | 750 | 590
400 | 02 |31~35| 750 | 590
200 | 0.2 |31-63| 400 | 320
ki dooty 250 | 0.2 |31~63 | 400 | 320
 DAC, DH102 | 300 | 0.2 |31~63 | 400 | 300
O 350 | 0.2 |31-63 | 300 | 250
400 | 0.2 |31~35| 300 | 250
200 | 0.2 |31-63 | 300 | 170
Hardened die steel 250 0.2 31~63 300 170
S asis Tasre) | DH102 | 300 | 0.2 [31-63 | 300 | 140
55-62HRC 350 0.2 |31~63 250 120
400 | 02 [31~35| 250 | 120
Groy & Nodular ~200 | 0.2 |31~63 | 1,000 | 1,600
LA 250 | 0.2 |31~63 | 1,000 | 1,600
FC. FCD DH102 | 300 | 0.2 |31~63 | 1,000 | 1,400
Jec, 6aa) 350 | 0.2 |31~63 | 750 | 900
400 | 0.2 [31~35| 750 | 900
200 | 0.2 |31-63 | 910 | 1,090
S 250 | 0.2 |31~63 | 910 | 1,090
SUS304 DH102 | 300 | 0.2 |31-63 | 910 | 990
Below 250HB 350 | 0.2 |31-63| 660 | 640
31-35 | 660 | 640

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

B NOTE

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

2) In case of chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.




B Tooling by DIJET

=
‘QM MAX QXPTYPE\ 2
>
(=Y
B RECOMMENDED CUTTING CONDITIONS/BOTTOM FACE FINISHING AT LOW FEED SPEED =
@ YPHW-F/-24 type insert a!
- (=)
Tool dia. (mm) 7y
Work Insert 40
Materials | Grades No. of teeth 6N No. of teeth 7N
ap ae n \%i 2 ap ae n Vi
(mm) | mm) | (mm) | (min") | (mm/min)| (Mm) | (mm) | (mm) | (min") | (mm/min)
~150 | 0.2 |20~40 | 1,590 | 1,430 | ~150 | 0.2 | 20~38 | 1,590 | 1,670
Carbon stee 200 | 0.2 [20~40 | 1,590 | 1,430 | 200 | 0.2 [20-38 | 1,590 | 1,670
foo0 cony | JC8015 | 250 | 0.2 [20-40 | 1,190 | 860 | 250 | 02 [20-38 | 1,190 | 1,000
Below 250H8 300 | 0.2 [20~221,030 | 620 300 | 0.2 [20-22 | 1,030 | 720
30 | — | — | — [ — 80| — | — | — [ —
150 | 0.2 | 20~40 | 1,430 | 1,290 | ~150 | 0.2 | 20~38 | 1,430 | 1,500
Die steel 200 | 02 |20-40 | 1,430 | 1,290 | 200 | 0.2 |20-38 | 1,430 | 1,500
et $5amey | 408015 | 250 | 0.2 |20~40 | 1,080 | 740 | 250 | 0.2 |20~38 | 1,080 | 870
Below 25518 300 | 0.2 [20-22| 800 | 480 | 300 | 0.2 [20-22 | 800 | 560
30 | — | — [ — [ — 80| — [ == [ —
~150 | 0.2 |20~40 | 1,270 | 920 [ ~150 | 0.2 |20-38 | 1,270 | 1,070
Mold steel 200 | 02 [20-40| 1,270 | 920 | 200 | 0.2 |20-38 | 1,270 | 1,070
511 poo | JCBO15 | 250 | 02 [20~40 | 950 | 570 | 250 | 0.2 |20-38 | 950 | 670
30-361RC 300 | 02 [20~22| 720 | 430 | 300 | 02 [20-22 | 720 | 500
3% | — | — [ — [ — 80| — [ —1— [—
~150 | 0.2 |20~40 | 1,080 | 740 | ~150 | 0.2 |20~38 | 1,030 | 870
Mold steel 200 | 0.2 [20-40 1,030 | 740 | 200 | 0.2 [20-38 | 1,030 | 870
A hay 2| JC8015 | 250 | 0.2 |20-40 | 870 | 520 | 250 | 0.2 |20~38 | 870 | 610
36-43HRC 300 | 02 [20-22| 640 | 380 | 300 | 0.2 |20-22 | 640 | 440
8%  — | — | — [ — 80| — [ — ] — [ —
~150 | 0.2 |20~40 | 800 | 480 | ~150 | 0.2 |20~38 | 800 | 560
Hardened die steel 200 | 0.2 [20-40| 800 | 480 | 200 | 0.2 [20-38 | 800 | 560
S oin 12370y | JCBO15 | 250 | 0.2 [20~40 | 640 | 380 | 250 | 02 |20-38 | 640 | 440
42-52HRC 300 | 02 [20-22| 400 | 120 | 300 | 0.2 |20-22 | 400 | 140
3% | — | — [ — [ — 180 — | — [ — [ —
~150 | 0.2 |20~40 | 1,590 | 1,910 | ~150 | 0.2 | 20~38 | 1,590 | 2,230
CIcE Loeuley 200 | 0.2 |20~40 | 1,590 | 1,910 | 200 | 0.2 |20-38 | 1,590 | 2,230
FC.FCD | JC8015| 250 | 0.2 |20~40 | 1,190 | 1,070 | 250 | 0.2 |20~38 | 1,190 | 1,250
e 300 [ 02 [20~22 1,030 620 300 | 0.2 |[20~22|1,080 | 720
3% | — | — [ — [ — 1830 — | — [ — =
~150 | 0.2 |20~40 | 1,430 | 1,290 | ~150 | 0.2 | 20~38 | 1,430 | 1,500
R A 200 | 0.2 [20-40 | 1,430 | 1,290 | 200 | 0.2 [20-38 | 1,430 | 1,500
sUs3o4 | JC8O15 | 250 | 0.2 |20~40 | 1,080 | 740 | 250 | 0.2 [20~38 | 1,030 | 870
Below 250118 300 | 02 |20~22 | 800 | 480 | 300 | 0.2 [20~22 | 800 | 560
30 | — | — | — [ — |30 — | — [ — | —

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle
speed and feed speed.

4) Use air blow to flush the chips out.

5) Recommend to use YPHW-F type insert for better surface roughness.




Tooling by DIJET _
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= ’(IM MAX QXPTYPE‘
—_
D
v—#% B RECOMMENDED CUTTING CONDITIONS /BOTTOM FACE FINISHING AT LOW FEED SPEED
<
[l @ YPHW-F/-24 type insert
= Tool dia. (mm)
Work Insert 50 50/52
Materials | Grades No. of teeth 7N No. of teeth 8N
ap ae n Vi L ap ae n Vi
(mm) | (mm) | (mm) | (min") | mm/min)|[ (mM) | (mm) | (mm) | (min) | (mm/min)
~150 | 0.2 [25-50 ] 1,270 | 1,330 | ~150 | 0.2 |25-48 | 1,270 | 1,530
Carbon steel 200 | 02 [25-50 | 1,270 | 1,330 | 200 | 0.2 |25-48 | 1,270 | 1,530
oho Coe) | JcB0t5| 250 | 02 |25-50 | 1,270 | 1,200 | 250 | 0.2 |25-48 | 1,270 | 1,380
Below 250HB 300 | 02 [25-50 | 950 | 800 | 300 | 0.2 [25-48 | 950 | 910

350 0.2 |25~28 | 950 800 | 350 | 0.2 |25~28 | 950 910
~150 0.2 |25~50 | 1,150 | 1,210 | ~150 | 0.2 |25~48 | 1,150 | 1,380

Die stee 200 | 02 |25-50 | 1,150 | 1,210 | 200 | 0.2 |25-48 | 1,150 | 1,380
(544 Toa79) | JC8015 | 250 | 0.2 |25-50 | 1,150 | 1,090 | 250 | 02 |25-48 | 1,150 | 1,250
Below 255HB 300 | 02 [25-50| 830 | 700 | 300 | 0.2 |25-48 | 830 | 800

350 | 02 |25-28| 830 | 700 | 350 | 0.2 |25-28 | 830 | 800

150 | 0.2 |25-50 | 1,020 | 860 | ~150 | 0.2 |25-48 | 1,020 | 980
Mold steel 200 | 02 |25-50 | 1,020 | 860 | 200 | 0.2 |25-48 | 1,020 | 980
531 on, | JC8015 | 250 | 0.2 [25-50 | 1,020 | 770 | 250 | 02 |25-48 | 1,020 | 880
30-36HRC 300 | 02 [25-50 | 760 | 530 | 300 | 0.2 |25-48 | 760 | 610

350 02 |25~28 | 760 | 530 | 350 | 0.2 |25~28 | 760 610
~150 0.2 |25~50 | 830 700 | ~150 | 0.2 |25~48 | 830 | 800

Mold steel 200 | 0.2 |25-50 | 830 | 700 | 200 | 0.2 |25-48 | 830 | 800
s pay | JCB015 | 250 | 02 [25-50 | 830 | 630 | 250 | 0.2 |25-48 | 830 | 720
38-43HRC 300 | 0.2 [25-50 | 700 | 490 | 300 | 0.2 [25-48 | 700 | 560
350 | 0.2 |25-28| 700 | 490 | 350 | 0.2 |25-28 | 700 | 560

~150 | 0.2 [25-50 | 510 | 360 | ~150 | 02 |25-48 | 510 | 410

Hardened die steel 200 | 0.2 [25-50 | 510 | 360 | 200 | 0.2 [25-48 | 510 | 410
S ais\Garey | 98015 | 250 | 0.2 |25-50 | 510 | 340 | 250 | 02 |25-48 | 510 | 390
42-52HRC 300 | 02 [25-50 | 380 | 270 | 300 | 0.2 [25-48 | 380 | 310
350 | 02 |25-28| 380 | 270 | 350 | 0.2 |25-28 | 380 | 310

~150 | 0.2 |25~50 | 1,270 | 1,780 | ~150 | 0.2 |25-48 | 1,270 | 2,030

ElCTL ey 200 | 02 [25-50 | 1,270 | 1,780 | 200 | 0.2 |25-48 | 1,270 | 2,030
FC.FCD | JC8015| 250 | 0.2 |25-50 | 1,270 | 1,560 | 250 | 0.2 |25~48 | 1,270 | 1,780
e e 300 | 0.2 [25~50 | 950 | 1,000 | 300 | 0.2 [25-48 | 950 | 1,140

350 | 0.2 |25-28 | 950 | 1,000 | 350 | 0.2 |25-28 | 950 | 1,140
~150 | 02 |25~50 | 1,150 | 1,210 | ~150 | 0.2 |25-48 | 1,150 | 1,380
Stainjoss sieol 200 | 0.2 |25-50 | 1,150 | 1,210 | 200 | 0.2 |25~48 | 1,150 | 1,380
SUS304 Jcso15 | 250 | 0.2 [25~50 | 1,150 | 1,090 | 250 | 0.2 |25-48 | 1,150 | 1,250
Below 250H8B 300 | 02 [25-50 | 830 | 700 | 300 | 0.2 |25~48 | 830 | 800
350 | 0.2 [25-28 | 830 | 700 | 350 | 0.2 |25-28| 830 | 800

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.

5) Recommend to use YPHW-F type insert for better surface roughness.




=)
‘QM MAX QXPryre \ 2
>
)
I RECOMMENDED CUTTING CONDITIONS/BOTTOM FACE FINISHING AT LOW FEED SPEED %
@ YPHW-F/-24 type insert —_
Tool dia. (mm) =
Work Insert 63/66 @
Materials  |Grades No. of teeth 8N
2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min)
~200 0.2 |31~63 | 1,000 | 1,200
%gro%anssf)tggl 250 0.2 |31~63 | 1,000 | 1,200
(C50. 055) JC8015 | 300 0.2 |31~63 | 1,000 | 1,080
Below 250HB 350 0.2 |31~63 750 720
400 0.2 |31~35 750 720
~200 0.2 | 31~63 910 | 1,090
SKDD(ise1 stsc-:Kell311 250 0.2 |31~63 910 | 1,090
(1.2344. 1.2379) JC8015 | 300 0.2 | 31~63 910 990
Below 255HB 350 0.2 |31~63 660 640

400 02 |31~35 | 660 640
~200 02 |31~63 | 800 770

HPMgIdP?(tseellj - 250 0.2 |31~63 800 770
(1.2311, P20) JC8015 | 300 0.2 |31~63 800 690
30-36HRC 350 0.2 |31~63 600 480
400 0.2 |31~35 600 480

~200 0.2 |31~63 650 620

NAKngddH Sml o 250 0.2 |31~63 650 620
(1.2311, P21) JC8015 | 300 0.2 |31~63 650 560
38-43HRC 350 0.2 |31~63 550 440

400 0.2 |31~35 | 550 | 440
~200 0.2 |31~63 | 400 | 320

Hardened die steel 250 0.2 | 31~63 400 320
SKD61, DAC, DHA

(1.2344, 1.2379) JC8015 | 300 0.2 |31~63 400 300

42-52HRC 350 02 |31~63 300 250

400 02 |31-35 | 300 | 250
~200 0.2 |31~63 | 1,000 | 1,600

Grey & Nodular 250 | 0.2 |31~63 | 1,000 | 1,600
£orco | Jcaots | 300 | 02 [31-63 | 1000 | 1400
GG, GGG 350 | 02 |31-63 | 750 | 900

400 | 0.2 |31-35| 750 | 900
~200 | 0.2 |31-63 | 910 | 1,090
Stainless steel 250 0.2 31~63 910 | 1 ,090

susaos | JC8015| 300 | 0.2 |31-63 | 910 | 990
Below 250HB 350 | 0.2 |31-63 | 660 | 640
400 | 0.2 |31-35| 660 | 640

2: Overhung length, ap: Axial depth of cut, ae: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle
speed and feed speed.

4) Use air blow to flush the chips out.

5) Recommend to use YPHW-F type insert for better surface roughness.
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S ’QM MAX QXPrypPe ‘
—_
D
= I RECOMMENDED CUTTING CONDITIONS/CONTOURING MILLING
<
E @ YPHW-24 type insert
= Tool dia. (mm)
Work Insert 40 40
Materials Grades No. of teeth 6N No. of teeth 7N
ap ae n Vit 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min)| (mm) (mm) (mm) (min™") | (mm/min)
Mold steel ~100 | 04 <17 1,750 | 2,620 | ~100 | 0.4 <17 1,750 | 3,060
NAKS0, HPM1, | Jo8015 150 | 0.3 <17 1,750 | 2,620 150 | 0.3 <17 1,750 | 3,060
P21 (DH102) 200 | 0.2 <17 1,750 | 2,620 200 | 0.2 <17 1,750 | 3,060
(13%3;;“?%1) 250 | 0.15 <17 1,750 | 2,620 250 | 0.15 <17 1,750 | 3,060
i 300 = = = = 300 = = = -
Cordoned | ~100 | 0.25 <17 1,270 | 1,900 | ~100 | 0.25 <17 1,270 | 2,220
ie st
SEBGe?,eDA(f gﬁi Jcso15 150 | 0.2 <17 1,270 | 1,900 150 | 0.2 <17 1,270 | 2,220
(1.2344, 1.2379) |(DH102) 200 | 0.15 <17 1,270 | 1,900 200 | 0.15 <17 1,270 | 2,220
42-52HRC 250 | 01 <17 1,270 | 1,900 250 | 0.1 <17 1,270 | 2,220
300 = = = = 300 = = = =
et € e ~100 | 0.2 <13 800 960 | ~100 | 0.2 <13 800 | 1,120
SKD11, SLD. 150 | 0.15 <13 800 960 150 | 0.15 <13 800 | 1,120
( DC11 ) DH102 200 | 01 <13 800 960 200 | 01 <13 800 | 1,120
1.2344, 1.2379 250 - _ _ - 250 _ - - -
55-62HRC 300 - - - - 300 . - - -
Tool dia. (mm)
Work Insert 50 50/52
Materials Grades No. of teeth 7N No. of teeth 8N
ap ae n \i 2 ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min)]  (mm) (mm) (mm) (min™") | (mm/min)
Mold steel ~150 | 0.4 <21 1,400 | 2,450 [ ~100 | 0.4 <21 1,400 | 2,800
NAK8O, HPM1, | joenys 200 | 0.3 <21 1,400 | 2,450 150 | 0.3 <21 1,400 | 2,800
P21 (DH102) 250 | 0.2 <21 1,400 | 2,450 200 | 0.2 <21 1,400 | 2,800
“3%32;"_';201) 300 | 0.15 <21 1,400 | 2,450 250 | 0.15 <21 1,400 | 2,800
i 350 = = = = 300 = = = =
~150 | 0.25 <21 1,020 | 1,780 | ~100 | 0.25 <21 1,020 | 2,040
Hardened die steel JC8015 200 | 0.2 <21 1,020 | 1,780 150 | 0.2 <21 1,020 | 2,040
a1 5370) | (DH102)| 250 | 0.15 | <21 [ 1,000 | 1,780 | 200 [ 0.15 | <21 | 1,020 | 2,040
" 42-52HRC 300 | 0.1 <21 1,020 | 1,780 250 | 01 <21 1,020 | 2,040
350 = = = = 300 = = = =
el e ~150 | 0.2 <17 640 900 [ ~100 | 0.2 <17 640 | 1,030
SKD11, SLD, 200 | 0.15 <17 640 900 150 | 0.15 <17 640 | 1,030
DC11 DH102 250 | 01 <17 640 900 200 | 041 <17 640 | 1,030
(1.2344, 1.2379) 300 _ _ _ - 250 - - - -
55-62HRC 350 . . . . 300 . . . .

2: Overhung length, a@p: Axial depth of cut, ae: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle
speed and feed speed.

4) Use air blow to flush the chips out.




wsx  QXPrve 5
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Il RECOMMENDED CUTTING CONDITIONS/CONTOURING MILLING %
@ YPHW-24 type insert =
(=]
Tool dia. (mm) 3
Work Insert 63/66
Materials Grades No. of teeth 8N
2 ap ae n Vi

(mm) (mm) (mm) | (min) | (mm/min)

~150 0.4 <26 1,110 | 2,220

Mold steel 200 04 <26 1,110 | 2,220

NAK80, HPM1, P21| JC8015
(1.2311,P21) | (pH1g2)| 250 | 03 <26 | 1,110 | 2,220

38-43HRC
300 | 0.2 <26 | 1,110 | 2,220

350 | 0.15 | <26 | 1,110 | 2,220

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle
speed and feed speed.

4) Use air blow to flush the chips out.
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S ’QM MAX QXPrvee ‘
et
@
= I RECOMMENDED CUTTING CONDITIONS/SIDE FINISHING
% @ ZPMT > -PL-type insetis (facemill type)
= Tool dia. (mm)
=
= Work Insert 40
ap ae n \%i L ap ae n \%i
(mm) (mm) (mm) | (min") | (mm/min) | (mm) (mm) (mm) | (min?) | (mm/min)
~150 | =50 | <020 | 2550 | 4590 | ~150 | <50 | <0.20 | 2,550 | 5,350
Carbon steel . 200 | <30 | <015 | 2,040 | 2,940 | 200 | =3.0 | <0.15 | 2040 | 3430
Tes0.ce | J88(§155) 250 | <25 | <010 | 1,530 | 1650 | 250 | <25 | <0.10 | 1530 | 1,930
Below 250HB 300 | <25 | <040 | 1,530 | 1,650 | 300 | =25 | <0.10 | 1530 | 1,930
350 - - - - 350 - - - -
~150 | =50 | <020 | 2,400 | 35600 | ~150 | <50 | <0.20 | 2,400 | 4,200
kel | oygs | 200 | =80 [ <015 | 1920 | 2300 | 200 | =30 [ <015 | 1920 | 26%
(1.2844. 1.2379) |(JCB0T5)| 20 | =25 | <010 [ 1440 [ 1300 | 250 | <25 | <00 1440 [ 1510
Below 255HB 300 | <25 | <010 | 1,440 | 1,300 | 300 | <25 | <0.10 | 1440 | 1510
350 - - - - 350 - - - -
~150 | =50 | <0.20 | 2,400 | 35600 | ~150 | <50 | <0.20 | 2,400 | 4,200

Mold steel 200 | =30 | <015 | 1920 | 2300 | 200 | =30 | <015 | 1920 | 2690
Mt ooy | (Diviog) |25 | =25 | <00 1440 | 1300 | 250 | <25 | <00 | 1440 | 1510
30-36HRC 300 | =25 | <010 | 1440 | 1300 | 800 | =25 | <010 | 1440 | 1510
0 | - | - | - | - [ 80| - | - [ - | -

150 | =40 | <020 | 2,000 | 3000 | -150 | =40 | <020 | 2000 | 3500

oasteel | o[ 200 | <25 | <045 | 1600 | 1920 | 200 | =25 | <05 | 1,600 | 2.240
st oa | J0a015)| 250 | =20 | <ofo | 1200 | 1080 | 250 | <p0 | <00 | 1200 | 1260
38-43HRC 300 | =20 | <010 | 1,200 | 1080 | 300 | =20 | <010 | 1200 | 1260
0 | - | - [ - | - [ o] - | - [ - | -

150 | =35 | <020 | 1670 | 2000 | -150 | =35 | <020 | 1670 | 2340

Hardened die steel 200 | =25 | <015 | 1340 | 1290 | 200 | =25 | <015 | 1340 | 1500

iy (Pc%q%) 250 | =15 | <010 | 1,000 | 720 | 250 | =15 | <00 | 1,000 | 840

42-52HRC 300 = = = = 300 = = - -
350 - - - - 350 = - - _
~150 | <25 | <015 | 1430 | 1,290 | ~150 [ <25 | <0.15 | 1,430 | 1,500
SH;giﬁnengieggf;' 200 | <20 | <012 | 1,140 820 | 200 | =20 | <042 | 1,140 960
(12344, 13709) | DH102 | 250 | <10 [ <0f0| 860 | 460 | 250 | <10 | <010 | 860 | 540
55-62HRC 300 - - - = 300 = = = =
350 - - 350 - -

Grey & Nodular 150 | <50 | <0.20 | 2230 | 4010 | ~150 | =50 | <0.20 | 2230 | 4680
bt Jc8015 | 200 | =80 [ <05 | 1780 | 2560 | 200 | =30 | <05 | 1.780 | 2,990
FC.FCD | Dhto)| 250 | =25 | <odo| 1340 | 1450 | 250 | =<5 | <00 | 1,340 | 1,690

(GG, GGG) 300 | <25 | <010 | 1,340 | 1,450 | 300 | <25 | <0.10 | 1,340 | 1,690
Below 300HB
350 = = = = 350 = = = =
150 | <50 | <020 | 2400 | 3,600 | ~150 | =50 | <0.20 | 2,400 | 4,200
Stainless stool 200 | <30 | <015 | 1,920 | 2,300 | 200 | <30 | <0.15| 1,920 | 2,690

JC8015
SUS304 (DH102) 250 =25 | <0.10 | 1,440 | 1,300 250 =25 | <010 | 1440 | 1,510

Below 250HB 300 | <25 | <010 | 1,440 | 1,300 | 300 | <25 | <010 | 1,440 | 1,510
350 = = = = 350 = = = =

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.




=
[QM MAX QXPrvyre 1 =
)
I RECOMMENDED CUTTING CONDITIONS/SIDE FINISHING %
@ ZPMT > -PL-type insetis (facemill type) —_
, o
Tool dia. (mm) =)
Work Insert 50 50/52 2
Materials | Grades No. of teeth 7N No. of teeth 8N
ap ae n \%i L ap ae n \%i
(mm) (mm) (mm) | (min") | (mm/min) | (mm) (mm) (mm) | (min") | (mm/min)
~150 | =50 | <020 | 2,230 | 4680 | ~150 | <50 | <0.20 | 2,230 | 5,350
Carbon steel . 200 | <50 | <020 | 2,230 | 4680 | 200 | <50 | <0.20 | 2,230 | 5,350
S500, 556G XI5 7950 | <30 | <045 | 1,780 | 2,990 | 250 | =30 | <045 | 1780 | 3420
(C50,C55)  |(JC8015)
Below 250HB 300 | <30 | <015 | 1,780 | 2,990 | 300 | <3.0 | <015 | 1,780 | 3,420

350 =25 | <0.10 | 1,340 | 1,690 350 =25 | <010 | 1,340 | 1,930
~150 =50 | <020 | 1,910 | 3340 | ~150 =50 | <020 | 1,910 | 3,820

aiesteel | oo | 200 | <50 [ <020 1910 3340 | 200 [ <50 [ <020 [ 1910 [ 3820
(12344, 12379) |(JCB0T5)|_ 250 | =80 [ <045 | 1,530 | 2140 | 250 | <30 | <015 | 1,530 | 2450
Below 255HB 300 | =30 | <015 | 1530 | 2,140 | 300 | =30 | <0.15 | 1530 | 2,450

350 | =25 | <010 | 1,150 | 1210 | 850 | =25 | <010 | 1,150 | 1380
150 | =50 | <020 | 1910 | 3,340 | ~150 | =50 | <020 | 1910 | 3,820
Mold steel 200 | =50 | <020 | 1910 | 8340 | 200 | =50 | <0.20 | 1910 | 3820
s oy | (Drio3) | 250 | =80 [ <045 | 1,50 | 2140 | 250 | <30 | <05 | 1.5% | 2450
30-36HRC 300 | =30 | <015 | 1580 | 2140 | 800 | =30 | <015 | 1580 | 2450
350 | =25 | <010 | 1,150 | 1210 | 850 | =25 | <010 | 1,150 | 1380

~150 =40 | <020 | 1,600 | 2800 | ~150 =40 | <020 | 1,600 | 3,200

Molasteel | 1o | 200 | =40 [ <020 | 1600 | 2800 | 200 | =40 | <020 | 1600 | 3200
s P2 |(JC801s)| 250 | =25 | <015 | 1.280 | 1790 | 250 | <5 | <05 | 1.280 | 2,050
36-43HRC 300 | <25 | <015 | 1,280 | 1,790 | 300 | <25 | <015 | 1280 | 2,050

350 | <20 | <0.10 960 | 1,010 | 350 | <2.0 | <0.10 960 | 1,150
150 | =30 | <020 | 1,340 | 1,880 | ~150 | =<3.0 | <020 | 1,340 | 2,140
Hardened die steel 200 | <30 | <020 | 1,340 | 1,880 | 200 | <30 | <020 | 1,340 | 2,140
S aia 2500y | Stg015)| 250 | =25 | <o.is | 1070 | 1.200 | 250 | <25 | <05 | 1,070 | 1370

"42-52HRC 300 | <25 | <015 | 1,070 | 1,200 | 300 | <25 | <0.15 | 1,070 | 1,370
350 | =15 | <0.10 800 670 | 350 | <15 | <0.10 800 770

~150 =25 | <015 | 1,150 | 1,210 | ~150 =25 | <015 | 1,150 | 1,380

Hardened die steel 200 | =25 | <045 | 1,150 | 1210 | 200 | <25 | <0.15 | 1150 | 1,380
S aais Tosre) | DH102 [ 250 | =20 | <042 | 920 | 770 | 250 | =20 | <012 | 920 | 880
55-62HRC 300 | =20 | <042 | 920 | 770 | 300 | <20 | <042 | 920 | 880

350 | <10 | <010 | 690 | 440 | 350 | =10 | <010 | 690 | 500
ooy & o 150 | <50 | <020 | 1.780 | 3.740 | ~150 | <50 | <020 | 1780 | 4270
Pl 200 | <50 | <020 | 1780 | 3740 | 200 | =50 | <020 | 1,780 | 4270
FC. FCD (JDC|-?10325) 250 | <30 | <015 | 1420 | 2,390 | 250 | <30 | <0.15 | 1,420 | 2,730
B(eGva’v g&ﬁg 300 | <30 | <015 | 1,420 | 2390 | 300 | <30 | <015 | 1420 | 2,730
350 | <25 | <040 | 1,070 | 1,350 | 350 | =25 | <010 | 1,070 | 1540

150 | =50 | <020 | 1,910 | 3340 | ~150 | =50 | <020 | 1,910 | 3,820
Stainloss stool 200 | =50 | <020 | 1,910 | 3340 | 200 | =50 | <020 | 1910 | 3,820
SUS304 (JDoﬁ%g) 250 | =30 | <015 | 1530 | 2,140 | 250 | =30 | <0.15 | 1530 | 2450
Below 250HB 300 | <30 | <015 | 1530 | 2140 | 300 | <30 | <015 | 1,530 | 2,450
350 | <25 | <010 | 1,150 | 1210 | 350 | =25 | <0.10 | 1,50 | 1,380
150 | <50 | <020 ] 570 | 1,000 | ~150 | <50 | <020 | 570 | 1,140
- 200 | <50 | <020 | 570 | 1,000 | 200 | <50 | <020 | 570 | 1,140
Tierem ey | (i3 | 250 | =30 | <ofs | 460 | 650 | 250 | <30 | <ois| 460 | 740
300 | <30 | <015 | 460 | 650 | 300 | =30 | <015 | 460 | 740

350 | <25 | <010 | 340 | 360 | 350 | =25 | <010 | 340 | 410

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.




()
= ‘QM MAX QXPrypE \
[t
%)
= Il RECOMMENDED CUTTING CONDITIONS /SIDE FINISHING
g @ ZPMT > -PL-type insetis (facemill type)
'g Tool dia. (mm)
= Work Insert 63 /66
Materials |Grades No. of teeth 8N
ap ae n Vi
(mm) (mm) (mm) | (min") | (mm/min)
~200 =50 | <0.20 1,620 3,890
(S:g:)tgnssstggl CX75 250 =5.0 | <0.20 1,620 3,890
' 300 =<3.0 | <0.15 1,300 2,500
€50, C55 = ; ;
B(elow 250H)B (LB 350 | =30 | <045 | 1,300 | 2,500

400 =25 | <0.10 970 1,400
~200 =5.0 | <0.20 1,520 3,040
SKBg SéeKell31 . CXT75 250 =<5.0 | <0.20 1,520 3,040
(12344, 1.2379) |(JC8015)| 300 | =80 [ <045 [ 1,220 [ 1,00
Below 255HB 350 =<3.0 | <015 | 1,220 | 1,950
400 =25 | <0.10 910 1,090
~200 =5.0 | <0.20 1,520 3,040
Mold steel 250 =5.0 | <0.20 1,520 3,040

HPM7, PX5, P20 | JC8015 =
(12311,P20) | (DH102)| 800 | =80 | <015 | 1,220 | 1,060
30-36HRC 350 =3.0 | <0.15 1,220 1,950

400 =25 | <0.10 910 | 1,090
~200 =40 | <020 | 1,260 | 2520

Mold steel 250 | =40 | <0.20 | 1,260 | 2,520

NAK80, HPM1, P21 DH102 =
(12311,P21)  |(J08015)| 300 | =25 | <015 | 1,010 [ 1,620
38-43HRC 350 =25 | <015 1,010 1,620

400 =20 | <o0.10 760 910
~200 =35 | <020 | 1,060 | 1,700

Hardened die steel 250 | =35 | <020 | 1,060 | 1,700

SKD61, DAC, DHA | DH102
(1.2344. 1.2379) |(JC8015)| 320 52.5 <0.45 [ 850 | 1,090
42-52HRC 350 =25 | <0.15 850 | 1,090

400 | =15 | <0.10 640 610
~200 | <25 | <0.15 910 | 1,090
g§§1ez1nesciLgie§é<e1ce1l 250 | <25 | <0.15 910 | 1,090

(12344 1.0379) | DH102 [ 300 | <20 | <042 730 700

55-62HRC 350 =20 | <012 730 700

400 | =1.0 | <o0.10 550 400
~200 | <50 | <020 | 1,410 | 3,380
e 250 | <50 | <0.20 | 1,410 | 3,380
FC. FCD (‘f)cl_??(]g) 300 | <30 | <045 | 1,130 | 2,170
B(j(?vvv g(%ﬁB 350 | <3.0 | <045 | 1,130 | 2170

400 | <25 | <0.10 850 | 1,220
~200 | <50 | <020 | 1520 | 3,040
Stainless steel | og015 250 | <50 | <020 | 1,520 | 3,040

Grey & Nodular

SUS304 300 | <30 | <015 | 1,220 | 1950
Below 250HB (DH1 02)

350 =30 | <015 ] 1220 | 1,950
910

400 =25 | <0.10 1,090

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.




B Tooling by DIJET

=)
’QM MAX QXPryPe ‘ 2
)
I RECOMMENDED CUTTING CONDITIONS /FOR BOTTOM FACE FINISHING %
@ ZPMT > -PL-type insetis (facemill type) —_
- o
Tool dia. (mm) =1
Work Insert 40 @
ap ae n Vi L ap ae n Vi

(mm) (mm) (mm) | (min?) | (mm/min) | (mm) (mm) (mm) | (min") | (mm/min)

~150 | =0.20 | 13~38 1,400 1,260 | ~150 =<0.20 | 13~38 1,400 1,470

Carbon steel 200 | =0.15 | 13~38 1,050 760 200 =0.15 | 13~38 1,050 880

S50C, S55C CX75 250

0% &2y |(JCa0Ts) <010 | 13-38 | 1,050 | 760 | 250 | =010 | 13-38 | 1,050 | 880

Below 25018 300 | =010 | 13-24 | 700 | 420 | 300 | =00 | 13-24 | 700 | _4%0
B0 | - | - [ - | - [ o] - [ - [ - | -

150 | <020 | 13-38 | 1,00 | 1,170 | -150 | <020 | 13-38 | 12300 | 1,360

Die steel 200 | =015 | 13-38 | 980 | 710 | 200 | <015 | 13-38 | 980 | 820

e 59 |uCabys)| 250 | =00 | 15-38 | o0 | 7io | 250 | <00 | 13-38 | 980 | 820

Bielow 255HB 300 | <010 | 13-24 | 650 | 390 | 300 | <010 | 13-24 | 650 | 450
%0 | - [ - | - | - [0l - [ - | - [ -

150 | =020 | 13-38 | 1,00 | 1,770 | -150 | <020 | 13-38 | 12300 | 1,360

Mold sieel 200 | <015 | 13-38 | 980 | 710 | 200 | <015 | 13-38 | 980 | 820

s ooy | (Divio) |_250 | =010 | 15-38 | @60 | 710 | 250 | <00 | 13-38 | 980 | 820

30-36HRC 300 | <010 | 13~24 | 650 | 390 [ 300 | <0.10 | 13~24 | 650 | 450

0 | - | - | - | - | e | - | - | - | -

~150 | <020 | 13-38 | 1,110 | 1,000 | -150 | <020 | 13-38 | 1,110 | 1,160

gsteet | [ 200 [ <045 | 13-38 | 830 | 600 | 200 | <045 13-38 | 830 | 700

(s wory | JCB01E)| 250 | =010 13-38 | 830 | 600 | 250 | <00 | 13-38 | 830 | 700

38-4311RC 300 | =010 | 13-24 | 560 | 340 | 800 | =00 | 13-24 | 560 | 390

B0 | - | - | - | - [ w0 | - | - | - | -

150 | <020 | 1335 | 800 | 580 | -150 | =020 | 1335 | 800 | 610

Hardeneddesteel| | 200 | <05 | 18-38 | 600 | 360 | 200 | <045 | 13-38 | 600 | 420

(s %m0y | (JCB015)| 250 | =010 | 13-38 | 600 | 360 | 250 | <00 | 13-38 | 600 | 420

42-52HRC 300 | =010 | 13-24 | 400 | 190 | 800 | <00 | 13-24 | 400 | 220

0 | - | - | - | - [ s | - | - | - | -

150 | <015 | 13-35 | 560 | 340 | -150 | =015 | 13-35 | 560 | 390

Hardened di stoo 200 | <012 | 13-38 | 420 | 200 | 200 | <012 | 13-38 | 420 | 230

Kairooay | DH102 | 250 | <0.10 | 18-38 | 420 | 200 | 250 | =00 | 13-38 | 420 | 230

55-62HRC 300 | <010 | 13-24 | 280 | 100 | 800 | <010 | 13-24 | 280 | 120
B0 | - | - - | s0 | - | -

Grey & Nodular ~150 | <0.20 | 13-38 | 1,400 | 1510 | ~150 | =<0.20 | 13~38 | 1,400 | 1,760
st ifon 1C8015 | 200 | =05 [ 13-38 | 1,050 | 950 [ 200 | <0.45 | 13-38 | 1,050 | 1,100
FC.FCD | ii102)| 250 | <040 | 13-38 | 1,050 | 950 | 250 | <0.10 | 13-38 | 1,050 | 1.i00

(GG, GGG) - ~

e, aaa 300 | <010 | 13~24 | 700 | 500 | 300 | <0.0 | 13~24 | 700 | 590
350 - = = = 350 = = = =
150 | <0.20 | 13-38 | 1,300 | 1,170 | ~150 | <0.20 | 13~38 | 1,300 | 1,360

R —— 200 | <015 | 13~38 | 980 | 710 | 200 | <0.15 | 13-38 | 980 | 820

JC8015
SUS304 (DH102) 250 | =0.10 | 13~38 980 710 250 | =0.10 | 13~38 980 820

Below 250HB 300 | <0.10 | 13~24 650 390 | 300 | <0.10 | 13-~24 650 450
= = = 350 = = =

350 =

£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.




Tooling by -

%)
E [QM MAX QXPrvPe 1
@
= I RECOMMENDED CUTTING CONDITIONS /FOR BOTTOM FACE FINISHING
© . .
5 @ ZPMT > -PL-type insetris (facemill type)
'g Tool dia. (mm)
= Work Insert 50 50/52
Materials | Grades No. of teeth 7N No. of teeth 8N
ap ae n \%i L ap ae n \%i
(mm) (mm) (mm) | (min?) | (mm/min) | (mm) (mm) (mm) | (min") | (mm/min)
~150 | <0.20 | 16~48 | 1,150 | 1,210 | ~150 | =<0.20 | 16~48 | 1,150 [ 1,380
Carbon steel 200 | <0.20 | 16~48 | 1,150 | 1,210 | 200 | <0.20 | 16~48 | 1,150 | 1,380
oo | Jgég?s) 250 | <015 | 16-48 | 860 | 720 | 250 | =0.15 | 16-48 | 860 | 820
Below 250HB 300 | <0.15 | 16-~48 860 | 720 | 300 | <0.15 | 16~48 860 | 820

350 | =0.10 | 16~30 580 410 350 | =0.10 | 16~30 580 460
~150 | =0.20 | 16~48 | 1,020 | 1,070 | ~150 | =0.20 | 16~48 | 1,020 | 1,220

aqesteel | oo | 200 1020 16-48 | 1,020 [ 1070 | 200 [ <020 [ 16-48 [ 1020 [ 1,220
(12344, 12379) |(JCB015)| 250 | =045 | 16-48 | 770 | 650 | 250 | <045 | 16-48 | 770 | 740
Below 255HB 300 | <015 | 1648 | 770 | 650 | 300 | =<0.15 | 16-48 | 770 | 740

350 | <010 | 16-30 | 510 | 360 | 850 | =010 | 16-30 | 510 | 410
150 | =020 | 16-48 | 1020 | 1,070 | ~150 | <020 | 16-48 | 1020 | 1,220
Mold steel 200 | <020 | 1648 | 1,020 | 1070 | 200 | =020 | 1648 | 1,020 | 1220
s oy | (Dio3)|_260 | <015 16-48 | 770 | 650 | 250 | <05 | f6-48 | 770 | 740
30-361RC 300 | =015 | 16-48 | 770 | 650 | 800 | =015 | 16-48 | 770 | 740
350 | =010 | 16-30 | 510 | 360 | 850 | =010 | 16-30 | 510 | 410

~150 | =0.20 | 16~48 890 930 | ~150 | =0.20 | 16~48 890 | 1,070

Molasteel | 1o | 200 | =020 [ 16-48 | 890 | 930 | 200 | <020 | 16-48 | 890 | 1,070
s P2y |(JC801S)| 250 | =015 | 16-48 | 670 | 560 | 250 | <05 | 16-48 | 670 | 640
36-43HRC 300 | <015 | 16~48 | 670 | 560 | 300 | <045 | 16-48 | 670 | 640

350 | =<0.10 | 16~30 450 320 | 350 | <0.10 | 16~30 450 360
~150 | <0.20 | 16~48 640 540 | ~150 | =<0.20 | 16~48 640 610
Hardened die steel 200 | <020 | 16~48 640 540 | 200 | <0.20 | 16~48 640 610
S aia 500y | (Jtg015)| 250 | S0.15 | f6-48 | 480 | 340 | 250 | <o.i5 | 16-48 | 480 | 360

"42-52HRC 300 | <015 | 16~48 480 340 | 300 | <0.15 | 16-48 480 380
350 | =<0.10 | 16~30 320 180 | 350 | <0.10 | 16~30 320 200

~150 | =0.15 | 16~48 450 320 | ~150 | =0.15 | 16~48 450 360

Hardened e steel 200 | <0.15 | 16-48 | 450 | 320 | 200 | =<0.15 | 16-48 | 450 | 360
S aais Tosre) | DH102 [ 250 | <012 | 1648 | 340 | 190 | 250 | <012 | 1648 | 340 | 220
55-62HRC 300 | <042 | 1648 | 340 | 190 | 300 | =<0.12 | 16-48 | 340 | 220

350 | <0.10 | 16~30 220 90 | 350 | <0.10 | 16-~30 220 100
T 150 | <0.20 | 16~48 | 1,150 | 1,450 | ~150 | <0.20 | 16~48 | 1,150 | 1,660
~ast ifon 200 | <020 | 16~48 | 1,150 | 1450 | 200 | <0.20 | 16~48 | 1,150 | 1,660
FC. FCD (JDC|-?10325) 250 | <015 | 16-48 | 860 | 900 | 250 | =<0.15 | 16-48 | 860 | 1,030
B(eGva’v g&ﬁg 300 | <0.15 | 16~48 860 900 | 300 | <0.15 | 16~48 860 | 1,030
350 | <0.10 | 16~30 580 490 | 350 | <0.10 | 16~30 580 560
~150 | <0.20 | 16~48 | 1,020 | 1,070 | ~150 | <0.20 | 16~48 | 1,020 | 1,220
Stainless steel | 0g015 200 | <020 | 16~48 | 1,020 | 1,070 | 200 | <020 | 16~48 | 1,020 | 1,220
SUS304 (DH102) 250 | =<0.15 | 16~48 770 650 | 250 | <0.15 | 16~48 770 740
Below 250HB 300 | <0.15 | 16~48 770 650 | 300 | <0.15 | 16~48 770 740
350 | <0.10 | 16~30 510 360 | 350 | <0.10 | 16~30 510 410
~150 | <0.20 | 16~48 320 270 | ~150 | <0.20 | 16~48 320 310
- 200 | <0.20 | 16~48 320 270 | 200 | <0.20 | 16-~48 320 310
Ty | (i3 | 250 | Sos | t6-48 | 240 | 180 | 250 | <o.i5 | 6-48 | 240 | 210
300 | <0.15 | 16~48 240 180 | 300 | <0.15 | 16~48 240 210
350 | <0.10 | 16~30 160 130 | 350 | <0.10 | 16~30 160 150
2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.




=3
‘QM MAX QXPrvre \ =
><
o
I RECOMMENDED CUTTING CONDITIONS/FOR BOTTOM FACE FINISHING %
@ ZPMT > -PL-type insetis (facemill type) =
Tool dia. (mm) =3
Work Insert 63 /66 2
Materials | Grades No. of teeth 8N
ap ae n Vi

(mm) (mm) (mm) | (min") | (mm/min)

~200 | =0.20 | 23~61 910 1,090

cs:gggnssstgg o 250 | =0.20 | 23~61 910 | 1,090

: 300 | <0.15 | 23-61 680 650

Bﬁfﬁ’g%%ﬂs (LB 350 | <0.15 | 23~61 630 650

400 | =0.10 | 23~38 460 370
~200 | =0.20 | 23~61 810 970
Die steel 250 | =0.20 | 23~61 810 970

SKD61, SKD11 CX75

’ 300 =0.15 | 23~61 610 590
1.2344, 1.2379 =
(Below255HB) (L] 350 | =0.15 | 23~61 610 590

400 | =0.10 | 23~38 410 330
~200 | =0.20 | 23~61 810 970

Mold steel 250 | =0.20 | 23~61 810 970

HPM7, PX5, P20 | JC8015 =
(12311,P20) | (DH102)| 800 | =015 | 23-61 | 610 | 580
30-36HRC 350 | =0.15 | 23~61 610 590

400 | =0.10 | 23~38 410 330
~200 | =0.20 | 23~61 710 850

Mold steel 250 | =0.20 | 23~61 710 850

NAK80, HPM1, P21 DH102 =
(12311,P21)  |(J08015)| 200 | =015 | 23-61 | 580 [ 510
38-43HRC 350 | =0.15 | 23~61 530 510

400 | =0.10 | 23~38 360 290
~200 | =0.20 | 23~61 510 490

Hardened die steel 250 | <020 | 23~61 | 510 | 490

SKD61, DAC, DHA | DH102
(1.2344. 1.2379) |(JC8015)| 320 50.15 23~61 380 | 300
42-52HRC 350 | =0.15 | 23~61 380 300

400 | <0.10 | 23~38 260 170
~200 | <0.15 | 23-61 350 280
g§§1ez1nesciLgie55e1e1I 250 | <0.15 | 23-~61 350 280

(12344 12370) | DH102 | 300 | <0.12 | 23-61 260 170

55-62HRC 350 | =0.12 | 23~61 260 170

400 | <0.10 | 23~38 180 90
~200 | <0.20 | 23~61 910 | 1,310
e 250 | <0.20 | 23-~61 910 | 1,310
FC. FCD (‘f)cl_??(]g) 300 | <015 | 23-61 | 680 | 820
B(j(?vvv g(%ﬁB 350 | <0.15 | 23-61 680 820

400 | <0.10 | 23-~38 460 440

~200 | <0.20 | 23-61 810 970
Stainless steel | 0g015 250 | <0.20 | 23~61 810 970
SUS304 300 | <0.15 | 23~61 610 590
Below 250ns | (DH102) 350 | <0.15 | 23~61 610 590

Grey & Nodular

400 | =0.10 | 23~38 410 330

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.
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= Il RECOMMENDED CUTTING CONDITIONS
g @ ZPMT-NL-type inserts (facemill type)
=
= Tool dia. (mm)
Work Insert 40
Materials | Grades No. of teeth 6N No. of teeth 7N
2 ap apxae n \%i 12 ap apxae n \%i
(mm) (mm) (mm2) (min) | (mm/min) | (mm) (mm) (mm2) (min) | (mm/min)

~150 ~5.0 ~80.0 | 4,800 | 4,320 ~150 ~5.0 ~80.0 | 4,800 | 5,040

Aluminium alioy | FZ15 200 | ~35 | ~200 | 3600 | 2160 | 200 | ~35 | ~20.0 | 3,600 | 2520

50-110HB FC18
250 ~2.0 ~10.0 2,400 1,440 250 ~2.0 ~10.0 2,400 1,680
Tool dia. (mm)
Work Insert 50 50/52
2 ap apxae n Vi 12 ap apxae n Vi
(mm) (mm) (mm?) | (min™) | (mm/min) | (mm) (mm) (mm3) | (min) | (mm/min)

~200 | ~50 |~1000 | 3,820 | 4010 | ~200 | ~50 |~1000 | 3,820 | 4,580
Auminium alioy | FZ15 250 | ~35 | ~25.0 | 2,870 | 2,010 | 250 | ~35 | ~250 | 2,870 | 2,300

50-110HB FC18
300 ~2.0 ~12.5 1,910 1,340 300 ~2.0 ~12.5 1,910 1,530
Tool dia. (mm)
Work Insert 63/66
Materials  |Grades No. of teeth 8N
2 ap apxae n Vi
(mm) (mm) (mm?) (min") | (mm/min)

~300 ~50 |~120.0 | 3,050 | 3,660

Aluminium alloy FZ15
P Fo1g | %0 | -85 | 320 | 2280 | 1820

400 ~2.0 ~16.0 | 1,520 | 1,220

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed
and Feed speed.

4) Use air blow.
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M Guidelines for selection of the EP** type insert

Carbon steel

Die steel

Mold steel

Mold steel

" S50C, S55C SKD61,SKD11 HPM?7, PX5, P20 NAK80, HPM1, P21
Work Materials (C50, C55) (1.23441.2379) (1.2311, P20) (1.2311, P21)
Below 250HB Below255HB 30-36HRC 38-43HRC
Grades
Cat.No. JC5118|JC8050 |JC7560 | DH102 | JC5118 | JC8050 | JC7560 | DH102 (JC5118 | JC8050| JC7560 | DH102 | JC5118 | JCB050 |JC7560 | DH102
EPMT100312ZER * pAS * < * pAS PAd * * * bAS
EPMW100312ZER O
EPMW100312ZTR O O ©) O O (©) O O @) @) @)
EPHW100316ZTR O
Staigleg.s steel
. US304
Work Materials BbE e
JC8050 |JC7560 | DH102
EPMT100312ZER @) ©
EPMW100312ZER [ J
EPMW100312ZTR
EPHW100316ZTR

Work Materials

EPMT100312ZER

EPMW100312ZER
EPMW100312ZTR
EPHW100316ZTR

* EPMW type: Without chipbreaker
* EPHW type: Without chipbreaker
« EPMT type: With chipbreaker

©: First Choice, Good Condition

O: Moderate Condition

@: Unfavorable Condition ¥y: Light Cutting  X: No good

=3
[=1
[1°)
>
[-Y)
(=2
(1]
—
[=}
S
w»
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Helical Interpolation,
Adopted unique 3D geometry insert with low cutting force and multi blades.
Even if small insert, QM MILL achieved high speed and high efficient machining.

Possible to use on low power and compact machines such as BT30.

=2
S
[t
=
=
<
>
D
==
=

Low cutting
(1] {H

R

Multi blades Diameter 10 mm: 2 flutes and diameter 14 mm: 3 flutes

Il PME type

@ For Shoulder Milling @ For High Feed Milling

8 S 8| A ! E,é’
ES S — - | _____] 9
/| 0.4
R0.2~R0.8 Ri~R2 2 s
L
Il PME-LStype
@ For Shoulder Milling @ For High Feed Milling

|

;wi

|

|

|

|

Il

I

|

|

|

|

|

|

|

|

f
@Ds

R0.2~R0.8 R1~R2 04

2 s

H BODY
) Dimensions (mm) Applicable Parts
3 S inserts Clame | wrench
Type | Cat No. 8| < § [pDc L2 | & | L @Ds| =7
5|8 QOYHTY | &
_ |PME2010S10 e 2 10| 20| 60| 80| 10
3
§§pmsso1zs1z ® 3| 5|12 20 60| 80 12
oC T
(@)
< |pme2011s10-Ls |@ 2 11| 33| 87 |120| 10 | ZOMTOB0Z7ZER | =
g E e
% & |pmeaotastzLs (@] 3 | £ [ 13| 39| 81 120 12
i =
S |pmesotasizLs || 3 14 | 42| 78 120 12
Note) 1. All cutters are supplied without inserts. . - Modular Head Tvpe

2. Please refer page C095-C098 for recommended cutting conditions.

Recommended Torque

Clamp Screw N

DSW-1840H 0.4

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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MPM/PME

TYPE I INSERTS
High feed insert High hardened steel

=)
=1
@
>
)
=
@
)
=L
7

[

- [as]
re /\ 0° re
T ' T
-

Shoulder milling insert

Grade (JC7560)

High feed insert for unfavourable condition

[
-

| —. @ “MIRROR INSERT” for finishing side & hottom face
A

e ‘
T 0 B
Grade (JC7560) 3 L1 e
& 1.9] T
Tole- PVD coated Dimensions (mm)
Type Cat. No. rance

Jc5118 | DH102 | Jo7560 | Josots |scsoso | A | T B |re 06°
High feed insert | EOMT060210ZER M| ® [ ® 65|25 43 | 10 13°
EOMT060220ZER M| @ ® |65 |25 43 | 2.0 13°
girgLerEz%LirrEgIre} EOMWO060210ZER | M | ® ® ® |65 |25 |43 |10 | 13°
High hardened EOHWO060210ZTR H [ ] 65|25 43 | 10 13°
steel @ EOQHW060220ZTR H o 6.5 |25 |43 | 2.0 13°
ZOMT060202ZER M| ® ® 65|25 |43 |02 | 13°
Shoulder miing | 70MT060204ZER M| @ ® |65 |25 |43 |04 | 13°
Z0MTO060208ZER M| ® ® 65 25 |43 |08 | 13°
oo | £ YOHWO060203ZER-12| H d L 6.5 |26 |43 | 03| 13°
forfinishing side | @ YQHW060205ZER-12 H ( [ ] 6.5 |26 43 |05 | 13°
@ YOHWO060208ZER-12| H [ ] [ 65|26 43 | 08 | 13°

10 inserts per case.

Identification of grade for QM MILL insert
Identification for the grades has been defined by different mark.
JC5118

IdentificationMark

@ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted }
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(2]
=8 QM Mill PMETvre
[t
i
< M Definition of corner radius for programming
>
=
E (mm)
Over cut
Corner radius for programming| Overcut Remains
Corner radius for programming % / R1.0 (Recommended) 0 0.17
£ B o
7 o, R1.5 0.09 0.08
. ~ 8o
Remains _— = ||T R2.0 0.30 0
W=1.7 Note) In case of setting corner radius for programming to R2,
recommend to use EOMT060220ZER or EOHW060220ZTR.

M Instructions for profile milling with EQ >¢ 3% type insert

@ Ramping @ Helical interpolation
L Dh

@ Calculation of tool pass dia.

¢@dc = Dh-¢@Dc

Tool pass dia.  Bore dia. Tool dia.

@ Depth of cut per one circle should not exceed
max. depth of cut ap.

Tool dia. ¢ Dc

@ Down cutting is recommended, so tool pass
rotation should be counterclockwise.

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@ In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ Long continous chips may come out in case of drilling, confirm the correct cutting parameters.

] Efectie | e deptn Ramping Helical interpolation

Cat. No. ®Dc Ctgltg‘ g OfaC“t Max. ramping| Total cutting length L (mm) |Min. bore dia.|Max. bore dia.

@) | (mﬁ]) angle§° at max.ap Dh min (mm) | Dh max (mm)
PME2010S10 10 6.6 0.3 2°18’ 75 15 18
PME2011S10-LS 11 7.6 0.3 1°54' 9 17 20
PME30125S 12 8.5 0.3 1°36' 10.7 19 22
PME3013S-LS 13 9.5 0.3 1024’ 12.3 21 24
PME3014S(-LS) 14 10.5 0.3 1°18’ 13.2 23 26

Note) The ramping angle 0.5° or less is recommended (please refer to the above table).
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M RECOMMENDED CUTTING CONDITIONS )
—
@ EOMT/W and EOHW type insert =
Tool dia. (mm) @
10/11 12/13 14
Work Insert
Materials | Grades No. of teeth 2N No. of teeth 3N No. of teeth 3N

¢ |aplae| n Vi | ¢ |aplae| n | Vi [ ¢ |ap|ae| n Vi
(mm) |(mm)|(mm)| (Min) | mmmin) [ (MM) |(mm)|(mm)| (Min") | mmvmin) [ (MM) [(mm)|(mm)| (Min) | mmmin)

Caron sieel | JG7560 | ~30 0.3 | ~6 |3,820] 4,580] ~35 [0.3 | ~8 |3,180]5,720] -35 0.3 [~10]2,730[ 6,550
o e |(JC8050)(30-500.25 ~6 |3,440| 3,720[35-50/0.25 ~8 | 2,860 4,630[35-500.25/~10| 2,460/ 4,720
Bolow 25048 |(JC5118)[50-70]0.15] -5 | 3,060] 2,940]50-70/0.2 | ~7 | 2,540] 3,660]55-700.2 | ~8|2,180]3,730

Dieseel | JC7560 | 30 0.3 | ~6 |3,500] 4,200| -35 0.3 | ~8 [2,920[5,260] 35 0.3 |-10]2,500/6,010

Gooa4 $'5a7g) |(C8050)[30-50/0.25] ~6 |3,150] 3,400(35-50]0.25) ~8 | 2,630] 4,260(35-500.25|~10 | 2,250, 4,810
Below 255H8 | (JC5118)|50-70(0.15] ~5 | 2,800] 2,690[50-70/0.2 | ~7 | 2,340/ 3,370[65-700.2 | ~8 2,000/ 3,420
Moldsteel | J7560 | ~30 0.3 | ~6 3,500] 4,200] ~35 0.3 | ~8 |2,920] 5,260| 35 [0.3 |-10[2,500]6,010
st paoy” | (JC8050)[30-500.25) ~6 |3,150] 3,400|35-50{0.25) ~8 | 2,630| 4,260/35~500.25/~10| 2,250/ 4,810
soeRc |(JC5118)|50-70/0.15] ~5 |2,800] 2,690|50-700.2 | ~7 | 2,340] 3,370[55-7000.2 | ~82,000| 3,420
Mold steel -30 0.3 | ~6 [2,860] 3,150] ~35 0.3 | ~8 2,390 3,940] -35 0.3 [~10]2,050] 3,690

NAKBD, HPMY, P21 dgg?ﬁ’g) 30-50/0.25 ~6 |2,570] 2,540[35-50/0.25) ~8 |2,150/3,190[35-500.25/~10 | 1,850 2,950
38-43HRC 50-70[0.15] ~5 | 2,290] 2,010[50-70[0.2 | ~7 | 1,910/ 2,520[55-700.2 | ~81,660] 2,360

Hardened die steel -30 0.2 [ -6 [2,860] 2,860] -35 0.2 | ~7 [2,390]3,590] -35 [0.2 | ~92,050]3,080

R S| B8 130-50]0.15] -6 |2,570) 2,060[36-50(0.15| ~7 | 2,150/ 2580085-500.15| ~9| 1,850/ 2220

42-52HRC 50-700.1 | ~5 |2,290] 1,370[50-70/0.1 | ~6 | 1,910/ 1,720[50-700.1 | ~7 |1,660] 1,490

Hardened die steel -30 [0.15] ~6 [2,550] 1,530] -35 [0.15] ~7 |2,120[1,900] -35 0.15] ~9]1,820] 1,640

SKD11, SLD, DC11| DH102
(12344 12379) | Eotwtyoe |25 0.1 | ~6|2,300| 1,240|35~50/0.1 | ~7 | 1,910|1,550(35~500.1 | ~9|1,640| 1,330

—_

—_

—_

55-62HRC 50~70| — | = | — - [s0-70] - | = | - - [|50~70 = | = | - -
Gy & Dl 105118 ~30 0.3 | ~6 |4,780| 5,740| ~35 |0.3 | ~8 | 3,980|7,160| ~35 |0.3 |~10|3,410/8,190
( GFg g%%  |c7s60) 30~5010.25| ~6 | 4,300/ 4,640(35~50|0.25| ~8 | 3,580 5,800(35~500.25|~10 | 3,070 6,550
Below 300HB 50~70/0.15| ~5 | 3,820| 3,670|50~70/0.2 | ~7 | 3,180| 4,580(55~70/0.2 | ~8 | 2,760| 4,970
~30 0.3 | ~6 |3,820| 4,580| ~35 0.3 | ~8 | 3,180| 5,720| ~35 0.3 |~10|2,730| 6,550

Stainless steel
susaos | JCT560 155 510,25/ -6 | 3,440] 3,720[35-500.2 | -8 | 2,860| 4,630[35-500.2 =10 2,460/ 5240

JC8050
Balow 25018 ( so-700.15 3,060] 2,940|50~70 2,540| 3,660 2,180| 3,920

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed with keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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S ‘QM Mill PMETYPE \
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ﬁ Il RECOMMENDED CUTTING CONDITIONS
>
= @ ZOMTtype insert
= Tool dia. (mm)
Work Insert 10/11 12/13 14
Materials |Grades No. of teeth 2N No. of teeth 3N No. of teeth 3N

¢ | ap |apxa@e| n Vi [} ap |apxael n Vi ¢ | ap |apxae| n \%i
(mm) | (mm) | (mm2) | (Min™) | mmvmin | (MM) | (mm) | (mm2) | (Min™) | mmmin) | (MM) | (mm) | (mm2) | (Min™) | mm/min)

Carbon st -30 | ~4.0 | -6.0 |5,090] 810 | -35 |~4.0]~8.0 [4,240]1,020] ~35 |~4.0 | -8.0 [3,640] 870
S50C, S55C | JC5118

200G, SO | 488118 [30-50] 1.2.| 1.8 [4,580] 640 [35-50] 1.7 | -2.6 [3,820] 800 |s5-50] 1.7 | 2.6 [3,280] 700
Below 250118 50-70| 0.5 | ~0.8 |4,070| 490 |50-70| ~0.6 | ~1.2 3,390 610|50-70|~0.6 | ~1.2 |2,910| 520
Die stel -30 | ~4.0 [~6.0 |4,780] 570 | -35 |-4.0]~8.0 [3.980] 720] -35 |~4.0 |-8.0 [3.410] 620

SKD61, SKD11
(12344, | JG3118)130-50| ~1.2 | ~1.8 4,300] 430 |35-50| ~1.7 | ~2.6 3,580 540|35-50| ~17 | ~2.6 |3,070) 460

1.2379)
Below 255HB 50~70| ~0.5 | ~0.8 |3,820| 310 |50~70|~0.6 | ~1.2 |3,180 380|50~70| ~0.6 | ~1.2 |2,730| 330
Mold steel ~30 | ~3.0 | ~4.0 |3,820| 460 | ~35 | ~3.0 |~4.5 |3,180| 570| ~35 | ~3.0 | ~4.5 2,730/ 490

HPM7, PX5, | g0
(ng??, Egg) (J65118)[30-50| ~1.2 | 1.6 |3,440] 340 |35-50| ~1.3 | ~1.8 2,860 430 35-50 ~1.3 | ~1.8 |2,450] 370

30-4341RC 50-70| ~0.5 | ~0.8 |3,060| 240 |50-70|~0.6 | ~1.0 2,540 300|50-70|~0.6 |~1.0 [2,180] 260
Groy & Nodulr -30 | 4.0 | 6.0 |4.780] 760 | ~35 | 4.0 | 8.0 |3.980] 960| ~35 | ~4.0 | -8.0 3410 820
«E?éé% | [ 405118 |s0-50/ 12| 18 |4.300] 600 |95-50| 17 | 26 [8580] 750/35-50| 1.7 |-26 3070 G50
Below 30018 50-70| ~0.5 | ~0.8 |3,980| 480 |50-70| ~0.6 | ~1.2 3,180 570|50-70| ~0.6 | ~1.2 |2,720] 490

~30 | ~4.0 | ~6.0 |4,780| 570 | ~35 |~4.0 | ~8.0 |3,980, 720| ~35 |~4.0 | ~8.0 |3,410| 620
Stainless steel
SUS304 | JCB050 |30~50| ~1.2 | ~1.8 |4,300| 430 |35~50| ~1.7 | ~2.6 |3,580| 540|35~50|~1.7 | ~2.6 |3,070| 460
Below 250HB
50~70| ~0.5 | ~0.8 |3,820| 310 |50~70| ~0.6 | ~1.2 |3,180| 380|50~70|~0.6 | ~1.2 |2,720| 320

2: Overhung length, @p: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vi: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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Il RECOMMENDED CUTTING CONDITIONS (5]
o |

@ YOHW-type inserts (side face finishing) g
Tool dia. (mm) @

10/11 12/13 14
Work Insert
Materials | Grades No. of teeth 2N No. of teeth 3N No. of teeth 3N

¢ |apla | n | Vi| ¢ |ap|a | n | Vi| ¢ |aplae | n | Vi
(mm) |(mm)| (mm) | (Min) |mmmin)] (MM) | (mm) | (mm) | (Min) |mmmin| (MM) [(mm)| (mm) |(min) {mmmin)

~30 |=1.2|=0.10 (12.600 | 3.780 | ~35 |=1.2 [=0.10 {10.600 | 4.770 | ~35 |=1.2| =0.10, 9.090| 4.090
Carbon steel

S50C, $55C JC8015

(C50,C55) | (DH102)
Below 250HB

30~50=0.8 |=0.08 | 8.820 | 2.120 | 35~50 |=0.8 |<0.08 | 7.420 | 2.670 |35~50|=0.8| =0.08 6.360| 2.290

50~70 |=0.6 [=0.08 | 8.820 | 1.760 [ 50~70 |=0.6 |=0.08 | 7.420 | 2.230 [50~70|=0.6| =0.08| 6.360| 1.910

: ~30 |=1.0|=0.10 [11.400 | 3.420 | ~35 |=1.0 [=0.10 | 9.550 | 4.300 | ~35 |=1.0| =0.10, 8.180| 3.680
Die steel

SKD61, SkD11 | JC8015

(1.2344, 1.2379) (DH102)
Below 255HB

30~50 |=0.7 |=0.08 | 7.980 | 1.920 | 35~50 |=0.7 |<0.08 | 6.690 | 2.400 |35~50|=0.7| =0.08 5.730| 2.060

50~70 [=0.5 [=0.08 | 7.980 | 1.600 [ 50~70|=0.5 |=0.08 | 6.690 | 2.000 [50~70|=0.5| =0.08| 5.730| 1.720

~ = < = < < . = =
Mold steel 30 |=1.0|=0.10|11.400 | 3.420 | ~35 |=1.0|=0.10 | 9.550 | 4.300 | ~35 [=1.0| =0.10 8.180| 3.680

HPM7, PX5, P20 | JC8015

(1.2311, P20) (DH102)
30-36HRC

30~50|=0.7 |=0.08 | 7.980 | 1.920 | 35~50 |=0.7 |=0.08 | 6.690 | 2.400 |35~50|=0.7| =0.08 5.730| 2.060

50~70|=0.5 |=0.08 | 7.980 | 1.600 | 50~70 |=0.5 |=0.08 | 6.690 | 2.000 |50~70|=0.5| =0.08 5.730| 1.720

~ < < = =< < . = =S
el sl 30 [=1.0|=0.10 | 8.880| 2.130 | ~35 |=1.0 [=0.10| 7.430 | 2.670  ~35 |=1.0| =0.10 6.370| 2.290

NAK80, HPM1, P21| DH102 =07 = =07 k= U
(1.2311,P31) | (JC8015) 30~50 |<0.7 |<0.08 | 6.180 | 1.240 [ 35~50 | <0.7 |<0.08 | 5.200 | 1.560 |35~50|=0.7| <0.08 4.460| 1.340

38-43HRC

50~70|=0.5 |=0.08 | 6.180 | 990 |50~70 =0.5|=0.08 | 5.200 | 1.250 |50~70|=0.5| =0.08 4.460| 1.070

i~ < < - < < . < <
Merelenzs) el e 30 [=0.8|=0.10 | 6.360 | 1.270 | ~35 |=0.8 |[=0.10| 5.300 | 1.590 [ ~35 |=0.8| =0.10 4.550| 1.370

SKD61, DAC, DHA| DH102
(1.2344,12379) | (JC8015) 30~50 |<0.5 |<0.08 | 4.440| 710|35~50|=0.5|=0.08 | 3.710| 890 [35~50|=0.5| =0.08 3.180| 760

42-52HRC

50~70| - = = - |50~70| - = = - |50~70| - = = =

Hardened die steel ~30 |=05|=0.10| 4.740| 950 | ~35 |=0.5|=0.10| 3.980| 1.190 | ~35 |=0.5| =0.10 3.410| 1.020

SKD11, SLD, DC11
(1.0344, 1.0379) | DH102
55-62HRC

30~50|=0.3 |=0.08 | 3.300 | 530|35~50 =0.3|=0.08 | 2.790 | 670 |35~50|=0.3| =0.08 2.390| 570

50~70| - | - | - | - [s0-70| - | - | - | - [s0-70| - | - | - | -

Grey & Nodular ~30 |[=1.2|=0.12|12.600 | 3.780 | ~35 |=1.2 |=0.12|10.600 | 4.770 | ~35 |=1.2| =0.12 9.090| 4.090
cast iron Jcso1s
FC, FCD DH102 30~50 |=0.8 |=0.10 | 8.820 | 2.120 | 35~50 |=0.8 |=0.10 | 7.420 | 2.670 [35~50(=0.8| =0.10) 6.360| 2.290

(GG, GGG) ( )
Below 300HB 50~70 |=0.6 |=0.08 | 8.820 | 1.760 | 50~70 |=0.6 |=0.08 | 7.420 | 2.230 [50~70(=0.6| =0.08| 6.360| 1.910

~30 |=1.0|=0.10|11.400 | 3.420 | ~35 |=1.0 |=0.10 | 9.550 | 4.300 | ~35 |=1.0| =0.10 8.180| 3.680

Stainless steel
SUS304 JG8015

DH102 30~50=0.7 |=0.08 | 7.980 | 1.920 | 35~50 |=0.7 |<0.08 | 6.690 | 2.400 |35~50|=0.7| =0.08 5.730| 2.060
Below 250HB ( )

50~70 |=0.5 |=0.08 | 7.980 | 1.600 | 50~70 |=0.5 |=0.08 | 6.690 | 2.000 |50~70|=0.5| =0.08 5.730| 1.720

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed with keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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= QM Mill
[t
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% Il RECOMMENDED CUTTING CONDITIONS
>
é @ YOHW-type inserts (for bottom face finishing)
= Tool dia. (mm)
10/11 12/13 14
Work Insert
Materials | Grades No. of teeth 2N No. of teeth 3N No. of teeth 3N
¢ lap|lae | n | Vi| ¢ |ap|la | n | Vi| e | ap ae| n | Vi
(mm) | (mm) | (mm)|(min)|{mmmin| (MM) | (mm) |(mm)|(min) |mmmin| (MM) | (mm) |(mm) |(min") mmmin)

~30 |=0.12|5~10|7.920 | 3.170| ~35 |=0.12 |6~12|6.630| 3.980 | ~35 |=0.12 | 7~14 | 5.680 | 3.410
Carbon steel

S50C, $55C JC8015

(C50,C55) | (DH102)
Below 250HB

30~50 |=0.10 | 5~10 | 5.940 | 1.900 | 35~50 | =0.10 | 6~12 | 4.970 | 2.380 [35~50| =0.10 | 7~14 | 4.260 | 2.040

50~70 | =0.06 | 5~8 | 5.100 | 1.430 | 50~70 | =0.06 | 6~10 | 4.300 | 1.800 |50~70| =0.06 | 7~11 | 3.690 | 1.550

: ~30 |=0.12|5~10|7.320 | 2.640| ~35 |=0.12 |6~12|6.100 | 3.290 [ ~35 |=0.12 | 7~14 | 5.230 | 2.820
Die steel

SKD61, SkD11 | JC8015

(1.2344, 1.2379) (DH102)
Below 255HB

30~50 |=0.10 | 5~10 | 5.460 | 1.580 | 35~50 | =0.10 | 6~12 | 4.580 | 1.980 [35~50| =0.10 | 7~14 | 3.920 | 1.690

50~70 | =0.06 | 5~8 | 4.740 | 1.190 | 50~70 | =0.06 | 6~10 | 3.960 | 1.500 |50~70| =0.06 | 7~11 | 3.400 | 1.280

~ =< ~ ~ =< ~ ~ = ~
Mold steel 30 |=0.12|5~10 | 7.320 | 2.640| ~35 |=0.12 |6~12|6.100 | 3.290 [ ~35 |=0.12 | 7~14 | 5.230 | 2.820

HPM7, PX5, P20 | JC8015

(1.2311, P20) (DH102)
30-36HRC

30~50 |=0.10 | 5~10 | 5.460 | 1.580 | 35~50 | =0.10 | 6~12 | 4.580 | 1.980 [35~50| =0.10 | 7~14 | 3.920 | 1.690

50~70 | =0.06 | 5~8 | 4.740 | 1.190 | 50~70 | =0.06 | 6~10 | 3.960 | 1.500 |50~70| =0.06 | 7~11 | 3.400 | 1.280

~ =< ~ ~ =< ~ ~ = ~
el sl 30 |=0.12|5~10 | 6.360 | 1.530 | ~35 |=0.12 |6~12|5.300 | 1.910 ~35 |=0.12 | 7~14 | 4.550 | 1.640

NAK80, HPM1, P21| DH102

(1.2311,P21) | (JC8015)
38-43HRC

30~50 | =0.10 | 5~10 | 4.800 | 920 35~50 | =0.10 | 6~12 | 3.980 | 1.150 |35~50| =0.10 | 7~14 | 3.410 | 980

50~70 |=0.06 | 5~8 | 4.140 | 700 [50~70 | =0.06 | 6~10 | 3.450 | 870 [50~70| =0.06 | 7~11 | 2.960 | 740

el el sl ~30 [=0.10|5~10|3.840| 770| ~35 |=0.10|6~12|3.180| 960 ~35 |=<0.10|7~14|2.730 | 820

SKD61, DAC, DHA| DH102
(1.2344,12379) | (JC8015) 30~50 | <0.08 | 5~10 | 2.880 | 460 | 35~50 | <0.08 | 6~12 | 2.380 | 570 [35~50|=<0.08 | 7~14 | 2.050 | 490

42-52HRC

50~70| - = = - |50~70| - = = - |50~70| - = = =

Hardened die steel ~30 |=0.10|5~10|2.220| 350( ~35 |=0.10|6~12|1.860| 450| ~35 |=0.10|7~14|1.590| 380

SKD11, SLD, DC11
(1.0344, 1.0379) | DH102
55-62HRC

30~50 |=0.08 | 5~10 | 1.680 | 210 [ 35~50 | =0.08 | 6~12 | 1.400 | 270 [35~50| =0.08 | 7~14 | 1.190 | 230

50~70| - | - | - | - [s0-70| - | - | - | - [s0-70] - | - | - | -

Grey & Nodular ~30 |=0.15|5~10|6.360 | 1.910| ~35 |=0.15|6~12|5.300| 2.380 [ ~35 |=0.15|7~14 | 4.550 | 2.050
cast iron Jcso1s
FC, FCD DH102 30~50 | =0.12 | 5~10 | 4.800 | 1.150 [ 35~50 | =0.12 | 6~12 | 3.980 | 1.430 |35~50| =0.12 | 7~14 | 3.410 | 1.230
(GG, GGG) ( )

Below 300HB 50~70 | =0.10 | 5~8 | 4.140| 810 (50~70 |=0.10 | 6~10 | 3.450 | 1.010 |50~70| =0.10 | 7~11 | 2.960 | 860

~30 [=0.12|5~10|7.320 | 2.640| ~35 | =0.12|6~12|6.100| 3.290 [ ~35 |=0.12 | 7~14 | 5.230 | 2.820

Stainless steel
SUS304 JG8015

DH102 30~50 | =0.12 | 5~10 | 5.460 | 1.580 | 35~50 | =0.12 | 6~12 | 4.580 | 1.980 |35~50| =0.12 | 7~14 | 3.920 | 1.690
Below 250HB ( )

50~70|=0.10 | 5~8 | 4.740| 1.190 [ 50~70 | =0.10 | 6~10 | 3.960 | 1.500 [50~70| =0.10 | 7~11 | 3.400 | 1.280

2: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed with keeping feed per tooth.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.
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High efficient roughing is possible even if material has uneven removal stock.
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Max. depth of cut 18mm

@ Double key on body and insert
prevents movement of insert.

@ Large pick feed achieves higher efficient machining than ball nose end mill.

LG

I

\
Small pick feed Large pick feed

Ball nose end mill Radius end mill

B CUTTING PERFORMANCE

Metal Removal Rate Comparison

Cutting condition

Wild Radius Indexable Ball Nose End Mill
Mat'l: Cast iron Mat'l: Cast iron

Vc=150m/min (n=750min™") Ve=235m/min (n=1,500min"")
Vf=83,000mm/min (fz=1mm/t) Vf=1,200mm/min (fz=0.4mm/t)
ap=3mm, ae=40mm ap=10mm, ae=10mm

Q=360cm®min

Wild Radius
@ 63x4N (WDR-4063R-22)

Indexable Ball Nose End Mill

0=120cm/min’ 3 times higher efficiency
®50x2N (Conventional tool) ~f

0 100 200 300 400

Metal removal rate (cm/min)®
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_g Face Milling Pocket Milling Shoulder Milling, Copy Milling Helical Interpolation
=
@ Fig 1. Without coolant hole @ Fig 2. Without coolant hole
Db
@d
= o
© N
o e cutierody =
L1
% R10 R10
@Dc
Il BODY/FACGE MILL TYPE
Dimensions (mm)
8| catNo o SetBolt | |Fig
= " @De| Lt |@Db| @d |@dt| a | b | 2 (kg)| =
WDR-3050R-22 (@|3| 50| 65 | 47| 22 | 9.6/10.4| 6.3| 19 M10x1.5x25* | 0.7 | 1
gWDR-4063R-22 @ (4| 63, 63 | 60| 22 (17 |104| 6.3| 20 M10x1.5x50* [ 1.1] 2
% WDR-4063R-27 (@|4 | 63| 63 60| 27 |20 |12.4| 7 22 M12x1.75x40* | 1.1| 2
'% WDR-5080R-27 (1|5 80| 63 | 76 | 27 |20 |124| 7 22 | M12x1.75x40* (1.7 | 2
= | WDR-6100R-32 (1| 6|100| 63 | 96| 32 |26 |14.4| 8 32 M16 28| 2
WDR-6125R-40 |[1|6|125| 63 | 100 | 40 |32 |16.4| 9 32 M20x2.5x45* | 4.0 2

Note) 1. All cutters are supplied without inserts.
2. Please refer page C104-C105 for recommended cutting conditions.
3. * mark shows: these cutter bodies are equipped with the set bolt CSW-513H
because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped
with arbor.

Clamp Screw Recommzr:criﬂed Torque

5.5

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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. b ~IE PSR o
Face Milling Pocket Milling Shoulder Milling, Copy Milling Helical Interpolation =4
o
b MT5 MD
S [

@Dc

R10 ~

2] s
18mm Max. depth of cut

Il BODY/END MILL TYPE

No. Dimensions (mm)
Weight
Type Cat. No. Stock fIof ®Dc| 2 25 L @D1| MD | (ko)
utes
MT shank type | WDR-2040-120-MT5-M20 | @ 2 40 | 120 | 130 | 249.5| 38 |m2ox2s| 2.2

Note) All cutters are supplied without inserts

B PARTS
Clamps crew Wrench
CSW-513H A-20
I INSERT

@ Fig 1. Without chipbreaker /\/ @ Fig 2. With chipbreaker
B v o ;'Jr T H = y
H—ﬂs"

. .

PVD coated Dimensions (mm)
Cat. No. Tolerance JC7560 | JC8118 A T B re o Fig.
YDMW1505100ZTR M o o 21.5 5.56 |15.875 10 15° 1
YDMT1505100ZER M [ J o 215 556 |15.875 10 15°

10 inserts per case

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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:j I CASE STUDIES
b =] Improved tool life in machining on cast steel
= .
o Work size: 1,500x2,000 Part name Stamping die
;'5‘ Material Cast steel
Hardness -
= Tool No. WDR-4063R-22
=]
T insertno. YDMT1505100ZER (JC7560)
Cutting n| 710min’
seeed sl 140m/min
_— | Feed Vil 2,500mm/min
| ®* 5| ossmmit
= a
~ | Improved tool life by 2 times compared 5 p (mm) 1.5mm
E with competitor A. S ae (mm) 20-40mm
& Showed normal wear after machining
3 hours. Coolant Dry
Machine Vertical MC

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




Tooling by DIJET

Wild Radius

M Instructions for profile milling

@ Ramping

L

ap

@ Helical interpolation

¢Dh

Tool dia. p DC

Tool pass dia.

WDRTyYPE

@ Calculation of tool pass dia.

¢pdc = Dh-¢@Dc

Bore dia. Tool dia.

@ Depth of cut per one circle should not
exceed max. depth of cut ap.

@ Down cutting is recommended & tool
pass rotation should be counterclockwise.

® In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@ In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
® Long continous chips may come out in case of drilling, confirm the safe cutting conditions.

Tool | Effective Ramping (at dp=3mm) Helical interpolation Max. drilling
Cat. No. di[a).c Cl:jtit;ng Max. ramping Min. bore dia. | Max. bore dia. degth
((r%m) (mn%) angle©° Dh min (mm) | Dh max (mm) (mm)
WDR-2040 40| 20.1 4024’ 56 78 2
WDR-3050 50| 30.7 2°48' 76 98 2
WDR-4063 63| 43.4 1°48’ 102 124 2
WDR-5080 80| 60.3 1°12’ 136 158 2
WDR-6100 | 100 | 80.2 0°54' 176 198 2
WDR-6125 | 125| 104.7 0°36' 226 248 2

Note) For tool dia. ¢ 40- ¢ 63mm, recommended ramping angle is 1° or less.
For tool dia. ¢ 80-¢p 125mm, recommended ramping angle is 0°30' or less.
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oling by DIJET
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= |Wild Radius
-
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% Il RECOMMENDED CUTTING CONDITIONS
>
D . .
= @ Face mill & end mill type
— Tool dia. (mm)
Work materials Grades 40 20 63
No. of teeth 2N No. of teeth 3N No. of teeth 4N
Y/ ap n % Pe 2 ap n % Pe 2 ap n % Pe
(mm) | (mm) | (min™) [mm/min)] kW) | (mm) | (mm) | (min™) (mm/min)] W) [ (mm) | (mm) | (min™) (mm/min)] (kW)
~150 | 3 [ 1,200 | 1,680 | 67 | ~150 | 3 960 | 2,020 | 101 | ~150 | 3 910 | 2,550 | 16.1
Carbon steel 200 — = = = 200 | 3 830 | 1500 | 75 | 200 3 760 | 2,130 | 134
S50C,S55C | Jc7s60 | 250 | — = — = 250 | 25 | 640 | 1,050 | 48 | 250 | 3 660 | 1,590 | 10.0
©50,55) | (csi1g)| 300 | — = = = 300 | 2 580 | 870 | 29 | 300 | 25 | 510 | 1,220 | 64
eltory 2507 350 | — = = = 350 | 15 | 580 | 870 | 22 | 350 | 2 510 | 1,020 | 43
200 | — = = = 400 | 15 | 580 | 670 | 17 | 400 | 2 510 | 820 | 34
~150 | 3 | 1,200 | 1,680 | 67 | ~150 | 3 960 | 2,020 | 101 | ~150 | 3 910 | 2,550 | 16.1
Socid 200 | — = — = 200 | 3 830 | 1500 | 7.5 | 200 3 760 | 2130 | 134
SKD61,5KD11 | Jc7s60 | 250 | — = = = 250 | 25 | 640 | 1,150 | 48 | 250 | 3 660 | 1,590 | 100
(1.23441.2379) | Jcs118)| 300 | — - - = 300 | 2 580 | 870 | 29 | 300 | 25 | 510 | 1,220 | 64
Hellow 25551 350 | — = = = 350 | 15 | 580 | 870 | 22 | 350 | 2 510 | 1,020 | 43
400 | = = — = 400 | 15 | 580 | 670 | 17 | 400 | 2 510 | 820 | 34
~150 | 3 | 1,200 | 1,680 | 7.6 | ~150 | 3 960 | 2020 | 114 | ~150 | 3 910 | 2,550 | 18.1
M 200 — = = = 200 | 3 830 | 1,500 | 84 | 200 3 760 | 2130 | 151
HPM7PX5P20 | Jc7560 | 250 | — - - = 250 | 25 | 640 | 1,150 | 54 | 250 | 3 660 | 1,500 | 113
(1.2311,P20) [ ()c8118)| 300 | — = - - 300 | 2 580 870 33 300 | 25 510 | 1,220 7.2
ECERHES 350 | — - = = 350 | 15 | 580 | 870 | 24 | 350 2 510 | 1,020 | 48
200 | — = = = 400 | 15 | 580 | 670 | 19 | 400 | 2 510 | 820 | 39
~150 | 2 960 | 860 | 46 | ~150 | 2 760 | 1370 | 91 | ~150 | 2 610 | 1,100 | 92
o 200 — = = = 200 | 2 660 | 1,200 | 80 | 200 | 2 510 | 920 | 7.7
NAK8O, HPM1,P21 | oo | 250 | — - = = 250 | 15 | 500 | 900 | 45 | 250 | 2 440 | 800 | 67
(1.2311,p21) 300 | — - - - 300 | 15 460 860 43 300 | 15 360 650 | 4.1
SEIRIE 350 | — = = = 350 | 1 460 | 860 | 29 | 350 | 12 | 360 | 650 | 33
200 | — = = = 400 | 05 | 460 | 660 | 11 | 400 | 1 360 | 550 | 23
~150 | 15 | 640 | 320 | 16 | ~150 | 15 | 510 | 380 | 24 | ~150 | 15 | 400 | 400 | 32
e g 200 — = = = 200 | 15 | 430 | 320 | 21 | 200| 15 | 330 | 330 | 27
SKD61 DAC DHA | g1 10 | 250 — = = = 250 | 1 370 | 280 | 12 | 250 | 15 | 290 | 290 | 23
(1.2344,12379) 300 | — = = 300 | 1 260 | 200 | 09 | 300 1 200 | 200 | 1.1
“AEAIRE 350 | — = = = 350 | 05 | 260 | 200 | 04 | 350 | 08 | 200 | 200 | 09
200 | — = = = 400 | 03 | 260 | 190 | 02 | 400 05 | 200 | 200 | 05
~150 | 3 [ 1,200 [ 1,920 | 58 | ~150 | 3 960 | 2300 | 86 | ~150 | 3 910 | 2,910 | 137
Grey castiron 200 — = = = 200 | 3 830 | 1750 | 66 | 200 3 760 | 2,280 | 108
FC250,FC300 | Jcs11s | 250 | — = = = 250 | 25 | 640 | 1250 | 39 | 250 | 3 660 | 1,720 | 8.1
(GG25,GG30) [ (Jc7560)| 300 | — - - - 300 | 2 580 | 1,050 26 300 | 25 510 | 1,220 | 48
[Eto 01D 350 | — = = = 350 | 15 | 580 | 1,05 | 20 | 350 | 2 510 | 1,220 | 38
400 | = = = = 400 | 15 | 580 | 870 | 16 | 400 2 510 | 1,000 | 32
~150 | 3 | 1,200 | 1,920 | 58 | ~150 | 3 960 | 2300 | 86 | ~150 | 3 910 | 2910 | 137
Nodular cast iron 200 | — = = = 200 | 3 830 | 1,750 | 66 | 200 3 760 | 2,280 | 108
FCD500, FCD700 250 | — = = = 250 | 25 | 640 | 1250 | 39 | 250 | 3 660 | 1,720 | 8.1
(66650, 6GG70) | IC8118 7305 T - - - 300 | 2 580 | 1,050 | 26 | 300 | 25 | 510 [ 1220 | 48
Eelo e 350 — | — | — — [ 350 | 15 | 580 | 1,050 | 20 | 350 | 2 510 | 1220 | 38
400 | 1. 580 | 870 | 16 | 400 | 2 510 | 1,020 | 32

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurring, recommend to reduce depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.
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Il RECOMMENDED CUTTING CONDITIONS )
)
@ Face mill & end mill type =
Tool dia. (mm) «
Work materials Grades 80 100 125
No. of teeth 5N No. of teeth 6N No. of teeth 6N
2 ap n Vi Pc 2 ap n Vi Pc 2 ap n Vi Pc
(mm) | (mm) | (min™") (mm/min) W) | (mm) | (mm) | (min™) (mm/min) W) | (mm) | (mm) | (min™) (mm/min)] (kW)
~150 | 3 720 | 2,520 | 202 | ~150 | 3 580 | 2,440 | 244 | ~150 | 3 460 | 1,930 | 241
Carbon steel 200 | 3 600 | 2100 | 168 | 200 | 3 480 | 2020 | 202 | 200 | 3 460 | 1,930 | 241
S50C,S55C | Jc7s60 | 250 | 3 520 | 1,560 | 125 | 250 | 3 480 | 1,730 | 173 | 250 | 3 380 | 1,480 | 185
(€50,C55) | (yc8118)[ 300 | 3 400 | 1,200 | 96 300 | 3 420 | 1,510 | 15. 300 | 3 380 | 1,370 | 171
Brllony 250IFTE 350 | 25 | 400 | 1,000 | 67 | 350 | 3 320 | 960 | 96 | 350 | 3 380 | 1,250 | 156
400 | 2 360 | 900 | 48 | 400 | 25 | 320 | 960 | 80 | 400 | 3 330 | 990 | 124
~150 | 3 720 | 2,520 | 202 | ~150 | 3 580 | 2,440 | 244 | ~150 | 3 460 | 1,930 | 24.1
— 200 | 3 600 | 2100 | 168 | 200 | 3 480 | 2020 | 202 | 200 | 3 260 | 1,930 | 241
SKDGISKDT |\ | 250 | 3 520 | 1,560 | 125 | 250 | 3 480 | 1,730 | 173 | 250 | 3 380 | 1,480 | 185
(1.2344,1.2379) 300 | 3 400 [ 1,200 | 96 | 300 | 3 420 [ 1510 | 151 | 300 | 3 380 | 1,370 | 17.1
Below2s5H8 | UCBT18) = o000 [ 1000 | 67 | 350 | 3 320 | 960 | 96 | 350 3 380 | 1,250 | 156
400 | 2 360 | 900 | 48 | 400 | 25 | 320 | 960 | 80 | 400 | 3 330 | 990 | 124
~150 | 3 720 | 2,520 | 227 | ~150 | 3 580 | 2,440 | 275 | ~150 | 3 460 | 1,930 | 271
Mold steel 200 | 3 600 | 2100 | 189 | 200 | 3 480 | 2020 | 227 | 200 | 3 460 | 1,930 | 271
HPMZPX5,P20 | Jc7560 | 250 | 3 520 | 1,560 | 140 | 250 | 3 480 | 1,730 | 195 | 250 | 3 380 | 1,480 | 208
(1.2311,P20) | (ycg118)[ 300 | 3 400 | 1,200 | 108 300 | 3 420 | 1,510 | 17.0 300 | 3 380 | 1370 | 193
S 350 | 25 | 400 | 1,000 | 75 | 350 | 3 320 | 960 | 108 | 350 | 3 380 | 1250 | 176
400 | 2 360 | 900 | 54 | 400 | 25 | 320 | 960 | 90 | 400 | 3 330 | 990 | 139
~150 | 2 480 [ 1,080 [ 115 [ ~150 [ 2 380 | 1,020 | 136 | ~150 | 2 310 | 840 | 140
Mold steel 200 | 2 400 | 900 | 96 | 200 2 320 | 860 | 115 | 200 | 2 260 | 700 | 117
NAK8O, HPMT, P21 | oo | 250 | 2 350 | 790 | 84 | 250 | 2 280 | 750 | 100 | 250 | 2 220 | 600 | 100
(1.2311,P21) 300 | 2 290 650 | 69 300 | 2 230 620 | 83 300 | 2 160 430 7.2
FHERIC 350 | 15 | 290 | 650 | 52 | 350 | 15 | 230 | 620 | 62 | 350 | 15 | 160 | 430 | 54
400 | 1 290 | 540 | 29 | 400 | 15 [ 230 | 510 | 51 | 400 | 15 | 160 | 420 | 53
~150 | 15 | 320 | 400 | 41 | ~150 | 15 | 260 | 390 | 50 | ~150 | 15 | 210 | 310 | 50
Hardened die stee 200 15 | 270 | 340 | 35 | 200 15 | 220 | 330 | 42 | 200 15 | 170 | 260 | 42
SKD61 DACDHA | g, 1o | 250 1.5 | 230 | 200 | 30 | 250 | 15 | 190 | 280 [ 36 [ 250 | 15 | 150 | 220 | 35
(1.2344, 1.2379) 300 | 1.5 160 200 | 21 300 | 15 160 240 3.1 300 | 15 130 200 32
“PHAIC 350 | 1 160 | 200 | 14 | 350 | 1 160 | 240 | 21 | 350 | 1 130 | 200 | 21
400 05 | 160 | 200 | 07 | 400 | 1 160 | 200 | 17 | 400 | 1 130 | 180 | 19
~150 | 3 720 | 2,880 | 173 [ ~150 | 3 580 | 2,780 | 209 | ~150 | 3 460 | 2,210 | 207
CEyEsim 200 | 3 600 | 2,250 | 135 | 200 | 3 480 | 2160 | 162 | 200 | 3 460 | 2,210 | 207
FC250,FC300 | Jc8118 | 250 | 3 520 | 1,820 | 109 | 250 | 3 480 | 1870 | 140 | 250 | 3 380 | 1,600 | 150
(GG25,GG30) | (Jc7560)( 300 | 3 400 | 1,300 | 7.8 300 | 3 420 | 1,640 | 123 300 | 3 380 | 1,500 | 141
Brllony SEHE 350 | 25 | 400 | 1,200 | 60 | 350 | 3 320 | 1060 | 80 | 350 | 3 380 | 1370 | 128
400 | 2 360 | 990 | 40 | 400 | 25 | 320 | 1,060 | 66 | 400 | 3 330 | 1,090 | 102
~150 | 3 720 | 2,880 | 173 [ ~150 | 3 580 | 2,780 | 209 | ~150 | 3 460 | 2,210 | 207
Nedir@Esilen 200 | 3 600 | 2,250 | 135 | 200 | 3 480 | 2160 | 162 | 200 | 3 460 | 2210 | 207
FCDS00, FCD700f oo | 250 [ 3 520 | 1,820 | 109 | 250 | 3 480 | 1870 | 140 | 250 | 3 380 | 1,600 | 150
(66?50' GGG70) 300 3 200 | 1,300 | 78 | 300 | 3 420 [ 1640 | 123 | 300 | 3 380 | 1,500 | 141
Below 300HB 350 | 25 | 400 | 1,200 | 60 | 350 | 3 320 | 1,060 | 80 | 350 | 3 380 | 1,370 | 1238
2 360 2, 320 3

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed, Pc: Net power consumption

B NOTE

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

2) In case of chatter occurring, recommend to reduce depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

4) Use air blow.




Tooling by DIJET

Hepta Mill

=2
S
[t
=
=
<
>
D
==
=

Features of HEPTA MILL

High metal removal

Smm
(Max. depth of cut
using 7 corners)

Cutting forces are reduced due to outer edge and inner edge has side and
face clearance, so high feed machining can be achieved in case of higher
depth of cut.
W Material to be cut S50C (C50): fz=1mm/t in case of ap=3mm,

fz=0.6mm/t in case of ap=5mm.
W Material to be cut FC300 (GG300): fz=1mm/t in case of ap=5mm.
B Material to be cut SKD61 (1.2344), 45HRC: fz=0.6mm/t in case of ap=2.5mm.

12mm
(Max. depth of cut)

v

Stronger heptagon
insert times indexability
Combination of rigid G-Body and Improved insert strength 40% Heptagoninsert gives maximum
high stability to the insert in the compared with conventional insert by 7 times indexability when ap=5mm
insert pocket gives stable machining increasing size and thickness of insert.  or less.

without chatter in case of roughing.

Double clamp &

system

Adopted double clamp system tightens
the insert strongly.

Please refer page C009 for
“Insert set up installation
point of double clamping
mechanism type

nsert grades

[ ) £5040 JC8015

(L8050 JC /7560

“JC5040” is suitable for general steel.
“JC8015” is suitable for cast iron, stainless steel
and hardened steel.

Tough grade “JC8050” against chipping for
unfavorable conditions.

“JC7560”" improved heat-fracture and impact
strength for rough milling.

HEPTA MILL
identification
Insert has corner identification No.

on the top face. HEPTA MILL
HE type with Heptagon insert
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Il CUTTING PERFORMANCE (1)
—]
Chip volume comparison g
7
HEPTA MILL: HEP-4063R-08 High feed cutter
Mat‘l: S50C (C50), 201HB ap=3mm Mat‘l: S50C (C50), 201HB ap=1.5mm
Tool dia.: o 63mm ae=40mm Tool dia.:  63mm ae=40mm
n=800min-" Q=384cm®min n=800min-" Q=384cm®min
Power load: 66% Power load: 66%

hip volume compariso
(same weight 3kg/min)

LESS STORAGE SPACE
REQUIRED

Tool life comparison G-body VS Conventional body

Cutting condition :
Mat'l: S53C fz=Ammt Conventional Body
Tool dia: ¢ 63mm ap=3mm
(HEP-4063R-08) o domm
VE-800mm/min Insert grade: JC5040
0.5

E =@= G-Body

E @ == Conventional Body

5 o /

=

-

E 02

t’é‘ 0.1

=

0 10 20 30 40 50 60 70 80
Cutting length (m)

G-body gives body strength and improved tool life
by 1.3 times compared with conventional body.
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Fig. 1 Fig. 2 (Without coolant hole) Fig. 3
¢ Db ) ) ¢ Db ) ¢@Db
@d P.C.D.101.6 }gﬁ | M10
E : =
el Lu_ a | =)
o - = ol e
) L | | | 5| cutter body
T NN 5
- ‘ | &
& 420 : S
@d1 ‘ i @di ‘ —‘PC“‘_;
@De (Eff. dia.) @De (Eff. dia.) @ De (Eff. dia.)
®Dc @Dc Dc
Il BODY/FACE MILL TYPE
No. Dimensions (mm)
Head cap screw|weight| =
Type Cat. No. Stock ﬂu(?;s oDcloDe| Lt |pDbl@d|@di a | b | ¢ (JISStaﬁdard) (kg) Fig.
(Eff. dia.)
HEP-3050R-08-22| @ 3 50/36.7 65 47|22 | 9.6/10.4 6.3] 19 |smiox15x25 | 0.9] 3
HEP-4063R-08-22| @ 4 631495 50| 60|22 | 17 110.4 6.3 20 M10 11 1
_ |HEP-4063R-08-27| @ | 4 | 63]49.5 50| 60| 27 | 20 12.4) 7 | 22 |emraxizsxol 1.4] 1
Metric| yep-s0s0r-08-27) @ | 5 | 80| 66.6 55| 76| 27 | 20 |12.4 7 | 22 |miadrsag 19| 1
HEP-6100R-08-32| @ 6 |100/86.6| 70| 96|32 | 26 |14.4 8 | 32 |xmi6x2.0x45 | 3.6] 1
HEP-7125R-08-40| @ 7 |125[111.6) 70 [100| 40 | 32 |16.4] 9 | 35 |xMm20x25x45 | 5.5] 1
HEP-8160R-08-40| @ 8 [160146.6 70 (100 40 | 32 116.4 9 | 35 [sxMm20x2.5%45 | 8.4| 1
HEP-9200R-08-60| @ 9 1200/186.6. 65 |140| 60 140 25.4/14.3] 40 Mis  [10.2| 2

Note) 1. All cutters are supplied without inserts.
2. Please refer page C112-C119 for recommended cutting conditions.
3. % Mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.
4. In case of using double clamping mechanism type, please refer page C009.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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H PARTS (3]
Clamp screw Clamp set Wrench §|

7}

&

Recommended Torque 6.0 Nem

P

Facemill type : A-20
Endmill type . A-20SD

DSW-4512H DCM-17

Il HEXAGON WRENCH SIZE FOR SET BOLT

Thread Hexagon wrench size (mm)

M10 8
M12 10
M16 14
M20 17
M24 19

Note) All cutters are supplied without hexagon wrench.

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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Fig. 1 Without Chipbreaker Fig. 2 Without Chipbreaker
7-re

7-re
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JC5118 JC8050
JC8015 JC7560

Width of wiper
JC5118 JC8050
JC8015 JC7560
Dimensions (mm) PVD coated
Tole- i
Cat. No. rancel A | T | @D| re | 6° |Jcs8015JC5040/JC5118| JCB118|JCBO50UCT560 Fig.

XDMWO080620ZTR M [175|/6.35] 5 |2 15 ([ O O ([ (] 1
XDMW080635ZTR-S M |175|/6.35| 5 | 35| 15 [ J 2
XDMT080620ZER M |175|16.35| 5 |2 15| @ O [ J o 3
XDMTO080708ZER (wiperinsery| M [18.6| 7.5 5 /08| 15 [ J 4
XDMT080620ZER-ML M [17.3 ] 6.5 5 12 15 [ ) (] 3

10 inserts per case

M How to use of corner change

Recommend to rotate the insert counter-clockwise
for corner change.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Ml Attention for using wiper insert (7°)
@ In case of feed per rev. f >1.2mm/rev and required surface roughness Rz = 12.5 um, §|
we recommend to use wiper insert. 7y
f (mm/rev) No. of wiper inserts to install

1.2 < f(mm/rev) = 3 1

3<f(mmirev) =6 2

6 < f(mmfrev) = 9 3

9 < f (mm/rev) = 12 4

@ Please put wiper inserts to become unequal pitch.
@ Even if wiper insert is used, the same cutting condition
(page C088-C095) is applied.

“$” mark is shown to the front

M Instructions for profiling milling with "HEPTA MILL"
@ Ramping @ Helical interpolation

®Dc

¢/ Comer radius for
programming: R6

Remains: 1.47mm

@ Calculation of tool pass dia. @ Depth of cut per one circuit should not exceed max. depth of cut ap.
[0) dc = [0) Dh = [0) Dc @ Down cutting is recommended, so tool pass rotation should be

Tool pass dia. Bore dia. Tool dia. counter-clockwise.
it Ramping (at maximum depth of cut ap=5mm) | Helical interpolation
i i Ramping Total cutting i .
Cat. No. To(ngtila. Cudtit;ng angle t(; the |eng'[huW;lh Maxéir]arlgpmg Tolt:rl] ctuhttll_ng Min. bore dia. | Max. bore dia.
(mm) (mm) inneé(zdge i”[‘?:nerg?e ego (n?m) Dh min (mm) | bh max (mm)
HEP-3050 50 36.7 1°50’ 156 9° 31 74 96
HEP-*063 63 | 49.5 1°25' 202 7° 40 100 122
HEP-*080 80 66.6 1° 286 5° 51 134 156
HEP-*100 100 86.6 | 0°45 382 3°30’ 81 174 196
HEP-*125 125 | 1116 | 0°35 491 2°30’ 114 224 246
HEP-*160 160 | 146.6 0°25’ 687 2° 143 294 316
HEP-*200 200 | 186.6 0°20 860 1°30’ 190 374 396
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Tooling by DI,

’Hepta Mill HEPTvPE ‘

I RECOMMENDED CUTTING CONDITIONS @I
Tool dia. (mm)
Work Insert OT;’ZTQ ’ 50 63
Materials Inserts Grades 0 No. of teeth 3N No. of teeth 4N
(mm) dp n Vi Pc dp n Vi Pc
(mm) | (min?) |(mm/min)| (kW) | (mm) | (min?) [(mm/min)| (KW)
100 | 4 900 | 2,200 15.7 | 4 700 | 2,300 | 20.6
garggnsstegl oMTos06202ER(AL)| dcrsen | 190 |35 800 | 1,700| 10.6 | 3.5 | 650 | 1,800 14.1
50C, S55 5
i R | G |20 5 00 Lol 7 {0 L1 101
Below 250HB : 2 : . 2 :
300 | 2 700 | 1,050 37 | 2 600 | 1,200 5.4
100 | 3 900 | 1,900 102 | 3 700 | 2,000 | 13.6
Mold steel  |pmogosoozEr(-ML)| Je7see | 150 | 2.5 | 800 | 1,400 6.3 | 25 | 650 | 1,600 9.1
s ooy | XoMTOs0ER0ZER) | (uestta) | 200 | 2.5 | 700 | 1.050| 47 | 25 | 600 | 1,200] 6.8
30-36HRc | (XOMWO80620ZTR) | (JCS040) | 950 | 2 700 | 80| 31| 2 600 | 1,000 | 4.5
300 | 2 700 | 850 31 | 2 600 | 1,000 45
100 | 3 650 | 1,400 81 | 3 500 | 1,400 | 10.2
N/lxvigg s|-t|(|e>e|\|/|1 XDMT080620ZER JC5118 150 20 600 | 1,100] 53 | 25 ol | L] G
’ 200 | 25 | 500 | 750| 36 | 25 | 400 | 700| 4.2
XDMT080620ZER C
e )| VRS oo | 2 | 500 | 600 23 | 2 | 400 | 600] 29
300 | 2 500 | 600 23| 2 400 | 600 29
100 | 3 900 | 1,900 10.2 | 3 700 | 2,000 | 13.6
SK[?; S}seﬂn 1 [XDMT080620ZER(-ML)|  JC7560 L2 = EEIRIEI T 530 | \JRID] e
' - 200 | 25 | 700 | 1,050 47 | 25 | 600 | 1,200| 6.8
(1.2344,1.2379) | (XDMW080620ZTR) | (JC5040)
Below 255HB 250 | 2 700 | 850 31 | 2 600 | 1,000 | 45
300 | 2 700 | 850 31 | 2 600 | 1,000 45
Hardened die steel 100 | 25| 450 | 550 38 | 25 | 450 | 700] 6.1
SKD61, DAC, DHA | XDMW080620ZTR | JC5118 150 2 400 450 25 | 2 400 600| 4.2
(1.2344,1.2379) | (XDMW080620ZTR) | (JC8015) | 200 2 350 320 18 | 2 300 350| 2.5
40-50HRC 250 | 15 | 350 | 320] 13 | 15 | 300 | 350| 1.8
. 100 | 5 900 | 2,700 | 172 | 5 700 | 2,800 | 22.5
om0 20500 | ommosoezors | sconrs | 150 | 4 | 800 | 2400|122 | 4 | 600 | 2.400] 15.4
(G625 GG30) | xpmwososaszTR.S)| (icaots | 200 | 35 | 700 | 1,800 8 35 | 550 | 2,000 11.2
Below 3008 | | WO s 3 | 700 | 1.600] 64 | 3 | 550 | 1.600] 7.7
300 | 25 | 700 [ 1,600 51 | 25 | 550 | 1,600 6.4
_ 100 | 4 750 | 1,800 | 135 | 4 600 | 2,000 18.9
’F“ggg'ggcgggggg XDMW080620zTR | Jest1e | 150 | 3 680 | 1,350 | 7.6 | 3 550 | 1,450 | 10.3
(66650, GGe70) | (XOMWoB0B20ZTR) | (Jceots) | 200 | 2.5 | 600 | 1,000] 4.7 | 25 | 500 | 1,150 6.8
Below 300HB | \OMWOB0G35ZTR-S)] (JC801S) | 550 | 2 600 | 900| 34 | 2 500 | 900 | 43
300 | 15 | 600 | 900 25 | 1.5 | 500 | 900 3.2
100 | 4 800 | 1,200 92 | 4 650 | 1,200 11.6
Stainless steel 150 3.5 700 | 1,000 6.7 | 35 600 | 1,000 85
SUS304 DINTETEAMERGIL) - I e e 600 | 700| 4 3 500 | 800 5.8
Below 250H | (XDMTOB0620ZER) | (ICB0S0) 1o 1> =500 | 550| 2.6 | 25 | 500 | 600 36
300 | 2 600 | 550 21 | 2 500 | 600 29

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)
2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
3) Use air blow to flush the chips out.
4) We recommend to use XDMWO080635ZTR-S JC8015 (negative geometry inserts) for material having sand
inclusions and uneven removal stocks.
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Il RECOMMENDED CUTTING CONDITIONS General Use
Tool dia. (mm)
Overhun
Work Insert Iengthg 80 100
Materials Inserts Grades | ¢ No. of teeth 5N No. of teeth 6N
(mm) ap n Vs Pc ap n Vi Pc
(mm) | (min?) | (mm/min)| (kW) | (mm) | (min?) |(mm/min)| (KW)
100 4 550 2,200 | 251 4 450 2,200 | 31.3
Carbon steel 150 4 500 [1,800 | 20.5 4 400 [1,700 | 24.2
S50C, S55¢  [XDMTOB0G20ZER(-ML)|  JC7560 : :
L [ S s e e b s e e e
Below 250HB ; : ' -
oo 300 | 25 | 450 [1.100 | 7.8 | 25 | 350 [1.100 | 9.8
100 3 550 | 2,000 | 17.3 3 450 11,900 | 20.5
Mold steel  Ixpyrosos2zer(-ML)| Jerseo | 150 | 3 500 11,500 | 12.9 | 3 400 |1,500 | 16.2
HPM?, PX5, KPM30| xommososozer) | (ics118) | 200 | 2.5 | 450 [1,100 | 7.9 | 25 | 350 [1,100 | 9.9
(25T na) | (XOMW0306202TR) | (IG5040) | 950 | 25 | 450 | 900 | 65 | 25 | 350 | 850 | 7.6
300 2 450 900 5.2 2 350 850 6.1
100 3 400 [1,300 | 12 8 350 [1,500 | 17.3
N/lxvigg s|-t|(|e>e|\|/|1 XDMT080620ZER JC5118 Ll 5 350 11,050 Ji s 0 i gne | e
(1.2311,P21) | (XDMT080620ZER) | (JC8015) ggg gg ggg ggg g-g gg ggg 288 ;;
38-43HRC . 0 . .
300 2 300 600 3.7 | 2 250 600 4.6
100 & 550 2,000 | 17.3 3 450 |1,900 | 20.5
SK[?eisiS}se:Bn XDMT080620ZER(-ML)| ~ JC7560 L0 E 200 1,500 1 1239 | 3 0 JUE0) |[ B2
(200012379 | oomosneoore) | osos) | 2801580 10013 B8 SR L g
Below 255HB . g - .
300 2 450 900 5.2 2 350 850 6.1
Hardened dle stesl 100 | 25 | 350 | 700 | 7.8 | 25 | 250 | 600 | 8.3
SKD61, DAC, DHA | XDMWO080620ZTR | JC5118 150 2.5 300 600 6.7 | 25 200 500 6.9
(1.2344,1.2379) | (XDMW080620ZTR) | (Jc8015) | 200 | 2 250 | 400 | 36 | 2 160 | 400 | 4.4
40-50HRC 250 | 2 250 | 350 | 314 | 2 160 | 350 | 3.9
Grey cast iron 100 5) 550 2,750 | 28 5 450 |2,700 | 34.4
150 5 500 [2,400 | 245 5 400 |2,400 | 30.6
FC250, FC300 XDMWO080620ZTR | JC8015 . .
(6625, 6630) |pxonososaerths)| (oors) | 200 | 4 | 450 (1800 | 147 | 4 | 350 |2,000 | 20.4
Below 300HB 250 315 450 1,600 | 11.4 815 350 |1,600 | 14.3
300 3 450 11,600 9.8 | 3 350 1,600 | 12.2
_ 100 4 450 1,750 | 21 4 380 |1,800 | 27.1
';'ggg'ggcgcsgggg XDMW0806202TR | Jcs118 | 150 | 4 400 1,350 | 162 | 4 350 [1,350 | 20.3
(66050, GGo70) | (OMW0806202TR) | wosots) | 200 | 3 | 380 (1,000 | 9 |3 | 300 [1,150 | 13
Below 300K | XPMWOB0635ZTR-S)| (4C8015) | 50 | 25 | 380 | 900 | 6.8 | 25 | 300 | 900 | 85
300 2 380 900 54 | 2 300 900 6.8
100 4 500 |1,200 | 14.7 4 400 |1,100 | 16.9
Stainless steel 150 4 450 900 | 11.1 4 350 (1,000 | 15.4
Sl XDMTOBOG20ZER(ML)| 67560 |00 35 | 400 | 800 | 86 | 35 | 300 | 700 | 94
Below 250HB | (XOMTO8062028R) | (IE8050) 175012 ™ 100 600 | 55 | 3 | 300 | 600 | 6.9
300 2.5 400 600 4.6 2.5 300 550 5.3

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)
2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
3) Use air blow to flush the chips out.
4) We recommend to use XDMWO080635ZTR-S JC8015 (negative geometry inserts) for material having sand
inclusions and uneven removal stocks.

=
=3
(]
>
Q0
=
(5]
g
=
(]




=2
S
[t
=
=
<
>
D
==
=

Tooling by DI,

’Hepta Mill HEPTvPE ‘

Il RECOMMENDED CUTTING CONDITIONS General Use
Tool dia. (mm)
Work Insert Ofn’gfh” ¢ 125 160
Materials Inserts | 5rades | e No. of teeth 7N No. of teeth 8N
(mm) dp n Vi Pc dp n Vi Pc
(mm) | (min) |(mmvmin)|  (KW) [ (mm) | (min) |(mm/min) (KW)
100 | 4 350 [2,000 | 35.6 | 4 300 [1,900 | 43.3
Carbon steel 150 | 4 320 1,600 | 285 | 4 260 |1,500 | 34.2
S50C, $55C  [XDMTO80620ZER(-ML)[  JC7560
G, [t | i | 20 e S0 it [ 1
Below 250HB . > : -
300 [ 3 300 11,100 [ 14.7 | 3 220 | 900 | 15.4
100 | 3 350 [1,700 | 22.9 | 3 300 [1,700 | 29.3
Mold steel  lypyrogoso0zer(ML)| Je7seo | 150 | 3 320 (1,350 | 18.2 | 3 260 1,250 | 21.6
”""qg;xf’;(z%“"” (XDMTO80620ZER) | (Jc5118) | 200 | 3 300 [1,050 | 142 | 3 220 | 900 | 155
(12511, P20) | (xoMW080620ZTR) | (4C5040) | p50 | 25 | 300 1,000 | 11.2 | 25 | 220 | 700 | 10.1
300 | 25 | 300 [1,000 | 11.2 | 25 | 220 | 700 | 10.1
100 | 3 300 1,500 | 216 | 3 250 [1,400 | 25.8
Mold steel
NAK80, HPM1 XDMT080620ZER JC5118 ;gg g ggg 1’;28 }gg g ?gg 1'288 1??
(1.2311, P21) (XDMT080620ZER) (JC8015) 250 5 200 600 7'2 25 150 500 7'7
38-43HRC : : : :
300 | 25 | 200 | 600 | 72 | 25 | 150 | 500 | 7.7
, 100 | 3 350 |1,700 | 22.9 | 3 300 1,700 | 29.3
SK[?é?%ﬁ?IBH XDMT080620ZER(-ML)|  JC7560 50 S 320 11,350 4 182 } 3 dall 230 || 21
' : 200 | 3 300 1,050 | 142 | 3 220 | 900 | 155
1.2344,1.2379 XDMWO080620ZTR JC5040 .
e 2soe | V| WS o0 T 25 | 300 (1000 | 11.2 | 25 | 220 | 700 | 10.1
300 | 25 | 300 [1,000 | 112 | 25 | 220 | 700 | 10.1
Hardened die steel 100 | 25 | 200 | 550 | 95 | 25 | 170 | 550 | 12.2
SKD61, DAC, DHA | XDMW080620ZTR | Jcs118 | 150 2.5 150 400 69 | 25 150 500 | 11.1
(1.2344,1.2379) | (XDMW080620ZTR) | (Jc8015) | 200 | 25 | 125 | 260 | 45 | 25 | 120 | 300 | 67
40-50HRC 250 | 2 125 | 260 | 36 | 2 120 | 280 | 5
Grey cast ron 100 | 5 350 [2,450 | 39 5 280 12,250 | 45.9
150 | 5 320 2,200 | 35 5 260 2,100 | 42.8
FC250, FC300 XDMW080620ZTR | JC8015 ’ :
(8625, GG30) |xoMwosoe3szrRs)| wesots) |-200 | O 280 /1,800 | 28.7 | 5 220 |1,700 | 34.7
Below 300HB 250 | 4 280 1,400 | 17.8 | 4 220 1,400 | 22.8
300 | 35 | 280 [1,400 | 156 | 35 | 220 11,400 | 20
_ 100 | 4 300 1,700 [ 31.9 | 4 250 [1,500 | 36.1
’gggg'ggcgggggg XDMW0806202TR | Jcst18 | 150 | 4 270 [1,250 | 235 | 4 220 1,200 | 28.9
(66650, GGe70) | XOMWOS0S20ZTR) | (csots) | 200 | 3 250 1,000 | 141 | 3 180 | 950 | 17.1
Below 3004 |(XCMWOB0635ZTR-5)|  (JCBO15) | 950 | 3 250 | 800 | 113 | 3 180 | 800 | 14.4
300 | 25 | 250 | 800 | 9.4 | 25 | 180 | 800 | 12
100 | 4 300 1,000 | 192 | 4 240 | 900 | 22.1
Stainless steel \DMTOR0G20ZER(MLY|  Jc7ons 150 4 250 800 | 15.4 4 200 750 | 184
SUS304 : 200 | 4 220 | 650 | 125 | 4 180 | 600 | 14.7
Below 250HB | (XDMTOB0B20ZER) | (G80S0) =015 51000 | 550 | 9.2 | 35 | 180 | 500 | 10.8
300 | 3 200 | 500 72| 3 180 | 450 | 8.3

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)
2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
3) Use air blow to flush the chips out.
4) We recommend to use XDMWO080635ZTR-S JC8015 (negative geometry inserts) for material having sand
inclusions and uneven removal stocks.
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B RECOMMENDED CUTTING CONDITIONS

General Use

Tool dia. (mm)
Wor.k Inserts Insert OT;’ZTS ’ 200
Materials Grades | ¢ No.of teeth 9N
(mm) ap n Vi Pc
(mm) | (min-) | (mm/min) | (kW)
- | 100 | 4 220 1,600 | 45.6
arbon steel
S50C, S55C  |[XDMT080620ZER(-ML)|  JC7560 ;gg j ?gg 1888 gg 5
(C50, C55) (XDMW080620ZTR) | (JC5040) 550 135 180 oo 20
Below 250HB .
- 300 | 3 | 180 | 800 | 17.
100 | 3 220 1,400 | 30.2
Mold steel  Ixpyrogosoozer(-ML)| Jerseo | 150 | 3 200 1,100 | 23.7
HP"% P1X15'Ft<2PM3° (XDMT080620ZER) | (Jcs118) | 200 | 3 180 | 800 | 17.3
( 50:-336ILIR CO) (XDMWO080620ZTR) | (Jc5040) [ 250 | 2.5 | 180 | 650 | 11.7
300 [ 25 | 180 | 650 | 11.7
ol sto 100 | 3 200 [1,100 | 25.3
old stee
NAKSO, HPM1 | XDMTO80620ZER | JC5118 ;88 g };8 1388 %g 8
(1.2311,P21) | (XDMT080620ZER) | (JC8015) 250 T 25 130 800 96
38-43HRC . )
300 [ 25 | 130 | 500 | 9.6
o oo 100 | 3 220 1,400 | 30.2
e stee
SKD61, SKD11  [XDMT080620ZER(-ML)|  JC7560 ;gg g %gg J ;88 %3;
(1.2344,1.2379) | (XDMWO080620ZTR) | (JC5040) 250 | 25 | 180 650 | 11 ¥
Below 255HB 0 :
300 [ 25 | 180 | 650 | 11.7
Hardened die steel 100 | 25 140 500 | 13.9
SKD61, DAC, DHA | XxDMwo080620zTR | Jes118 | 150 | 2.5 | 120 | 450 | 12.5
(1.2344,1.2379) | (XDMW080620ZTR) | (Jc8o15) | 200 | 2.5 | 100 | 280 | 7.8
40-50HRC 250 | 2 100 | 250 | 5.6
— 100 | 5 220 2,000 | 51
(Fgégg E%%%(; XDMW080620ZTR | JC8015 ;88 g %gg 1 288 ggg
Below 300HB (KOMWOSOS352TR-S)) - (4C8019) 250 | 4 180 | 1,300 | 26.5
300 [ 3.5 | 180 /1,300 | 23.2
odular cast 100 | 4 180 | 1,350 | 40.6
oaularcastiron | - ypayogos20zTr | Jes11s | 150 | 4 170 |1,000 | 30.1
Fggggg g%%%o (XDMW080620ZTR) | (Jc8o15) | 200 | 3 150 | 800 | 18
( it ) | (xoMW0806352TR-S)|  (Jc8o15) 250 | 3 150 | 7001 15.8
300 [ 25 | 150 | 700 | 13.2
100 | 4 200 | 800 | 24.6
Stainless steel Y| g 150 | 4 160 | 650 | 20
SUS304 : 200 | 4 16.
Below 2501 | (XOMTOB06202ER) | (1C8050) |5 =) a5 }38 228 1 g?
300 | 3 140 | 400 | 9.2

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)

2

D W

inclusions and uneven removal stocks.

) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
) Use air blow to flush the chips out.
) We recommend to use XDMW080635ZTR-S JC8015 (negative geometry inserts) for material having sand
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Tooling by D

{Hepta Mill

HEPTyre 1

B RECOMMENDED CUTTING CONDITIONS

Interrupted Cutting

Tool dia. (mm)

Work Insert O‘v:,:;?; ° 50 63

Materials Inserts Grades | ¢ No.of teeth 3N No. of teeth 4N
(mm) ap n Vi Pc ap n Vi Pc
(mm) (min-') | (mm/min) (kW) (mm) (min-") | (mm/min) (kW)
100 | 4 750 |1,800| 12.8 | 4 600 | 1,950 | 17.5
850G, S55C 1" (xpmT0806202ER) | (Jcsoso) | 200 | 3 600 [1,100| 59| 3 500 [1,300| 8.8
oD, ©89) | (xomwosos207TR) | (scatso) | 250 | 2.5 | 600 | 900 | 4 | 25 | 500 1,000 56
300 | 2 600 | 900 32| 2 500 [1,000| 4.5
100 | 3 750 |1,600| 8.6 | 3 600 | 1,700 | 11.6
Mold steel XDMWO080620ZTR(-ML)|  JC7560 150 2.5 680 | 1,200 54 | 25 550 1,350 7.6
HPM7, PX5, KPM30| (xpmToso620zeR) | (sesoso) | 200 | 2.5 | 600 | 900 | 4.1 | 2.5 | 500 |1,000| 5.7
(1.2311,P20) | (xomwosos20zTk) | (icsos0) | 250 | 2 | 600 | 720 | 2.6 | 2 | 500 | 850 3.9
300 | 2 600 | 720 26| 2 500 | 850 | 3.9
100 | 3 550 |1,100| 6.3 | 3 450 11,250 | 9.1
Mold steel 150 | 2.5 | 500 | 900 | 4.3 | 2.5 | 400 [1,000| 6.1
(o5t opy) | XowmosoeaozeR | scstes | 200 | 2.5 | 400 | 600 | 29 | 25 | 350 | 700| 4.2
i 250 | 2 | 400 | 500 1.9| 2 | 350 | 600 2.9
300 | 2 400 | 500 19| 2 350 | 600 29
_ 100 | 3 750 [1,600| 8.6 | 3 600 | 1,700 | 11.6
skoa ooy [ronwososzozrmcy| serseo | 150 | 2.5 | 680 (1,200 54 | 25 | 550 |1,350| 7.6
(12344 12379) | (xOMT080620ZER) | (ucsoso) | 200 | 25 | 600 | 900 | 4.1 ] 25 | 500 /1,000 5.7
Below 255HB | (XDMW080620ZTR) | (Jc8050) | 250 | 2 600 720 | 26| 2 500 850 3.9
300 | 2 600 | 720 26| 2 500 | 850 | 3.9
Hardened die steel 100 | 25 | 450 | 450 | 3.1 | 25 | 450 | 550 | 4.8
SKD61, DAC, DHA | XxDMwos0620zTR | Jest1s | 150 | 2 400 | 350 | 19| 2 400 | 500, 3.5
(1.2344,1.2379) | (XDMW080620ZTR) | (Jcso15) | 200 | 2 350 | 250 14| 2 300 | 300| 2.1
40-50HRC 250 | 1.5 | 350 | 250 | 1 1.5 | 300 | 300, 1.6
100 | 5 750 [2,250| 143 | 5 600 | 2,400 | 19.3
Fgégg 2%33%0 (XDMT080620ZER) | (Jcsos0) | 200 | 3.5 | 600 [1,500| 6.8 [ 3.5 | 500 /1,700, 9.5
(5025, aass) | xomwosoesszra-s)| wesots) | 250 | 3 | 600 |1.350| 5.2 | 3 | 500 |1.350 | 6.5
300 | 25 | 600 /1,350 4.3 | 25 | 500 [1,350| 5.4
100 | 4 650 |1,400| 105 | 4 550 | 1,500 | 14.2
Nodular cast iron XDMWO080620ZTR JC5118 150 e 600 1 ,1 00 6.2 3 500 1 ,200 8.5
(Fggggg ;%%77%0) (XDMT080620ZER) | (Jcsoso) | 200 | 2.5 | 500 | 750 | 35| 25 | 400 | 800, 4.8
Below 300HB | |(XOMWOB0635ZTR-S)| (sca0ts) | 250 | 2 500 | 600 23] 2 400 | 650 | 3.1
300 | 1.5 | 500 | 600 1.7 15 | 400 | 650 2.3
100 | 4 650 [1,000| 7.7 | 4 500 [1,000| 9.7
Stainless steel 150 | 3.5 550 | 800| 54| 35 450 | 800 | 6.8

XDMTO80620ZER(-ML)|  JC7560

Beﬁ)ﬂ,sgggHB (XDMTOSOBZOZ(ER)) (JC8050) ggg 35 500 | 550 | 3.2 3 400 | 650 | 4.7
. 500 | 450 | 22| 25 | 400 | 500 3
300 | 2 500 | 450 | 1.7 ] 2 400 | 500 24

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)

2

D W

inclusions and uneven removal stocks.

) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
) Use air blow to flush the chips out.
) We recommend to use XDMW080635ZTR-S JC8015 (negative geometry inserts) for material having sand
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{Hepta Mill

HEPTyre 1

B RECOMMENDED CUTTING CONDITIONS

Interrupted Cutting

Tool dia. (mm)

Work Insert | 80 100
Materials nserts | Grades | No. of teeth 5N No. of teeth 6N
(mm) ap n \ Pc ap n Vi Pc
(mm) | (min) | (mm/min) | (KW) (mm) | (min?) | (mm/min) | (KW)
100 | 4 450 (1,800 20.5 | 4 380 |1,800 | 25.6
Carbon steel XDMWO080620ZTR(-ML)|  JC7560 150 4 400 1,500 171 4 350 1,400 199
§50C, S55C | (xpmT0806202ER) | (Jcsoso) | 200 | 3.5 | 380 |1,200| 12 3.5 | 300 /1,100 13.7
(050'2%505|_)IBBE'°W (XDMWO080620ZTR) | (JC8050) | 250 | 3 380 | 900 77| 3 300 | 900 9.6
300 [ 25 | 380 | 900, 6.4 | 25 | 300 | 900| 8
100 | 3 450 (1,700 | 14.7 | 3 380 [1,600| 17.3
Mold steel |, osoponrracuy| scrssa | 150 | 3 | 400 |1.250| 10.8 | 3 | 350 |1.250| 135
HP'\"17é3P1X15’|1‘2%M3° (XDMT080620ZER) | (Jcsoso) | 200 | 2.5 | 380 | 900 | 6.5 | 2.5 | 300 | 900| 8.9
O e | (xomwosoe20zTR) | (esuse) | 250 | 2.5 | 380 | 750 | 5.4 | 25 | 300 | 700 6.3
300 | 2 380 | 750 43| 2 300 | 700] 5
100 | 3 350 [1,150 | 106 | 3 300 [1,200| 13.8
Molg S|'t|?:’e|\|/|1 150 | 3 300 | 900, 83| 3 250 | 900 104
eyt ooty | Xowmosoeeozen | uestis | 200 | 2.5 | 250 | 700 | 54 | 25 | 200 | 550| 53
38-43HRC 250 | 25 | 250 | 500 3.8 | 2.5 | 200 | 450 | 4.3
300 [ 2 250 | 500 31 [ 2 200 | 450 | 3.5
. 100 | 3 450 [1,700 | 14.7 | 3 380 [1,600| 17.3
(12344 1.2379) | (XDMTOB0G20ZER) | (JCBO50) 200 [ 25 | 380 | 900, 6.5 | 25 | 300 | 900, 8.9
et | (xomwososeozTR) | wostso) | 250 | 25 | 380 | 750 | 5.4 | 2.5 | 300 | 700 | 6.3
300 | 2 380 | 750 43| 2 300 | 700, 5
T 100 | 25 | 350 | 550 6.1 ] 25 | 250 | 500 6.9
SKD61, DAC, DHA | xpMwosos20zTR | Jes1is | 150 | 2.5 | 300 | 500 | 56 | 2.5 | 200 | 400| 5.6
(1.2344,1.2379) | (xDMW080620ZTR) | (J68015) | 200 | 2 250 | 320 28| 2 160 | 320, 3.6
40-50HRC 250 | 2 250 | 280 25| 2 160 | 280 3.1
. 100 | 5 450 12,250 229 | 5 380 2,250 | 28.7
Grey castiron | o oormr | sestis | 150 | 5| 400 1,900 19.3 | 5 | 350 |2,000 | 26
(se53. ost) | CromososzozeRy | (catso) | 200 | 4 | 380 1,500 12.2 | 4 | 300 1,700 17.3
Belon 30048 |XDMW0B0636ZTR-S)| (Jc801s) | 250 | 35 | 380 |1,350 | 9.7 | 35 | 300 |1,400 | 12.2
300 [ 3 380 |1,350| 8.3 [ 3 300 [1,350] 10.4
100 | 4 400 |1,350| 16.2 | 4 330 (1,200 18
Nodular cast iron XDMW080620ZTR JC5118 150 4 350 [1,100| 13.2 | 4 300 900 | 13.5
FCD500, FCD700 | vp\rogos20zeR) | (Jcsoso) | 200 | 3 300 800 72| 3 250 | 750 | 8.5
(500D, Saar) |oommwosossszrr-s) (eants) | 250 | 25 | 300 | 650 4.9 | 25 | 250 | 600 5.6
300 | 2 300 | 650 39 2 250 | 600 45
100 | 4 400 [1,000] 123 | 4 300 | 900 13.8
Stainless steel 150 | 4 350 | 700, 86| 4 300 | 800 12.3
susaos X oeR | (ouy | 200 | 35 | 300 | 650 | 7 | 35 | 250 | 600| 8.1
Hatony 2 250 | 3 300 | 600 55| 3 250 | 500 | 5.8
300 [ 25 | 300 | 600 46| 25 250 | 450 4.3

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)

2
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inclusions and uneven removal stocks.

) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.
) Use air blow to flush the chips out.
) We recommend to use XDMW080635ZTR-S JC8015 (negative geometry inserts) for material having sand
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Tooling by D -

(%)
E {Hepta Mill HEPTvPE 1
2
§ B RECOMMENDED CUTTING CONDITIONS Interrupted Cutting
=
=
= Tool dia. (mm)
Work Insert | 125 160
Materials nserts | Grades | 5 No. of teeth 7N No. of teeth 8N
(mm) ap n Vi Pc ap n Vi Pc
(mm) (min-") | (mm/min) (kW) (mm) | (min") | (mm/min) (kW)
100 | 4 300 /1,700 30.3 | 4 250 /1,600 | 36.5
g%g’gnssggg xoMWos0620zTR(ML)|  Jcseo | 190 | 4 270 [1,400 | 249 | 4 220 11,200 | 27.4
(050, 055) (XDMT080620ZER) | (Jcsoso) | 200 | 4 250 |1,100 | 196 | 4 180 | 900 | 20.5
Below 250HB | (XDMWO080620ZTR) | (JC8050) | 250 | 3.5 | 250 | 900 | 14 3.5 | 180 | 750 15
300 | 3 250 | 900 | 12 8 180 | 750 12.8
old stes! 100 | 3 300 [1,400| 189 | 3 250 1,400 | 24.2
HPM7 OPX5S elfPM30 XDMWO080620ZTR(-ML)|  JC7560 150 3 270 |1 ,1 00| 14.8 8 220 |1 ,000 17.3
(12311, Po0) | (XOMTOB0620ZER) | (scsoso) | 200 | 3 250 | 900 | 121 | 3 180 | 750 12.9
30-36HRC (XDMW080620ZTR) | (Jcsoso) | 250 | 2.5 | 250 | 850 | 95| 25 | 180 | 600, 8.6
300 | 25 | 250 | 850 95| 25 | 180 | 600 | 8.6
100 | 3 250 [1,150 | 16.6 | 3 200 1,100 | 20.2
A, Lo 150 | 3 200 | 800 115 | 3 150 | 800 | 14.7
(1.2311, P21) XDMT080620zER | Jes118 | 200 | 3 150 | 550 7.9 | 3 120 | 550 | 10.1
38-43HRC 250 | 25 | 150 | 500 | 6 25 | 120 | 450 | 6.9
300 | 25 | 150 | 500 6 25 | 120 | 450 6.9
. 100 | 3 300 [1,400] 189 | 3 250 1,400 | 24.2
SK[E’; STS"EB 11 [XoMWos0B20ZTR-ML)|  JC7560 150 | 3 270 1,100 | 148 | 3 220 /1,000 | 17.3
(12344 1.2379) | (XDMTO80620ZER) | (JCB050) 200 | 3 250 | 900|121 | 3 180 | 750 | 12.9
Below 255HB | (XDMWO080620ZTR) | (JC8050) | 250 | 2.5 250 850 | 95| 25 180 | 600 | 8.6
300 [ 25 | 250 | 850 95| 25 | 180 | 600 | 8.6
Hardened die steel 100 | 25 | 200 | 450 | 7.8 | 25 | 170 | 450 10
SKD61, DAC, DHA | xpmwosos2ozTR | Jesi1s | 150 | 2.5 | 150 | 320 56 | 25 | 150 | 400, 8.9
(1.2344,1.2379) | (XDMW080620ZTR) | (JC8015) | 200 | 2.5 | 125 | 200 | 3.5 | 25 | 120 | 250 | 5.6
40-50HRC 250 [ 2 125 | 200 28| 2 120 | 220 3.9
. 100 | 5 300 [2,100| 335 | 5 250 12,000 | 40.8
?é%gafc'égg XDMwosos20zTR | Jest1s | 150 | 5 270 [1,850 | 298 | 5 220 1,750 | 35.7
(G625 GG30) | (XDMTOB0620ZER) | (JCBUSO) 200 [ 5 250 (1,500 244 | 5 180 1,450 | 29.5
Below 300HB  |(XDMWOB0635ZTR-S)| (JC8015) | 250 | 4 250 11,200 | 15.1 | 4 180 11,200 | 19.4
300 | 3.5 | 250 |1,200| 13.3 | 3.5 | 180 /1,200 17
' 100 | 4 250 [1,100 | 20.7 | 4 200 /1,000 | 24.1
';'ggg'g[; cggg%’g XDMWosos20zTR | Jest1s | 150 | 4 230 | 850 16 4 170 | 800 | 19.2
(GGG50. GGG70) | (XDMTOB0620ZER) | (JCB050) 200 [ 3 200 | 700 99| 3 150 | 600 | 10.8
Below 300HB | (XDMWO0806352TR-5)| (4C8015) | 250 | 3 200 | 550 | 7.8 | 3 150 | 500 9
300 | 25 | 200 | 550 65| 25 | 150 | 500 7.5
100 | 4 250 | 800 | 154 | 4 200 | 700 17.2
Stainless steel |, o\ oeneonzercmn|  serseo | 120 4 200 | 650 125 | 4 160 | 600 | 14.7
e XOMT0B062026R) | (oomee) | 200 | 4 | 180 | 500 96| 4 | 150 | 500 12.3
250 | 35 | 180 | 450 7.6 | 3.5 | 150 | 400 | 8.6
300 | 3 180 | 400, 58] 3 150 | 350 6.5

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)

) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.

) Use air blow to flush the chips out.

) We recommend to use XDMW080635ZTR-S JC8015 (negative geometry inserts) for material having sand
inclusions and uneven removal stocks.
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B RECOMMENDED CUTTING CONDITIONS Interrupted Cutting @
S
=
Tool dia. (mm) @
Work Insert O.Vf,:g?;g 200
Materials Inserts |« des | ¢ No. of teeth 9N
(mm) ap n Vi Pc
(mm) | (min-) | (mm/min) | (kW)
100 | 4 180 /1,300 | 37
g%%’g nssggél xoMwosoe20zTR(ML|  Je7see | 190 | 4 170 11,100 | 31.3
(050, C55) | (XOMT0806202ER) | (caoso) | 200 | 4 150 | 850 | 24.2
Below 25008 | (XOMW080620ZTR) | (Jc8050) | 250 | 3.5 | 150 | 700 | 17.5
300 | 3 150 | 700 15
ol e 100 | 3 180 11,200 | 25.9
old stee 4 150 | 3 170 | 900 | 19.4
XDMWO80620ZTR(-ML)|  JC7560
HP'(V1'7£1X15’;<2%'\)"30 (XDMT080620ZER) | (Jc8os0) | 200 | 3 150 | 700 | 151
A (XDMW080620ZTR) | (Jc8os0) | 250 | 3.5 | 150 | 550 | 9.9
300 [ 25 | 150 | 550 | 9.9
Mold stea! 100 | 3 170 /1,000 | 23
oid siee 150 | 3 150 | 800 | 18.4
?ﬁ §§$1 Hﬁx ; XDMT080620zER | Jes11s | 200 | 3 100 | 500 11.5
38-43HRC 250 | 25 | 100 | 400| 7.7
300 [ 25 | 100 | 400 | 7.7
i siee 100 | 3 180 1,200 | 25.9
ey g 150 | 3 170 | 900 | 19.4
XDMWO80620ZTR(-ML)|  JC7560
(18_};231’ 182217;) (XDMT080620ZER) | (Jc8os0) | 200 | 3 150 | 700 | 15.1
Below 25508 | (XOMW0806202TR) | (Jc8os0) | 250 | 2.5 | 150 | 550 | 9.9
300 [ 25 | 150 | 550 | 9.9
Hardened die steel 100 2.5 140 400 | 11.1
SKD61, DAC, DHA | xpmwosos20zTR | Jestis | 150 | 2.5 | 120 | 350 | 9.7
(1.2344,1.2379) | (xoMW080620ZTR) | (4csois) | 200 | 2.5 | 100 | 220 | 6.1
Rl 250 | 2 100 | 200 44
_ 100 | 5 180 | 1,600 | 40.8
Eé;;gga:::ggg xDMwosos20zTR | Jestis | 190 | S 170 11,500 | 39
(G625 GG30) | (XDMTOB0620ZER) | (JCB050) 200 | 5 150 | 1,200 | 30.3
300 | 3.5 | 150 |1,100] 19.7
Nodular cast 100 | 4 160 | 900 | 271
oaurar cast iron 150 | 4 140 | 700 | 21
XDMW080620ZTR | JC5118
{g@ggg E%%%(; (XDMT080620ZER) | (Jc8os0) | 200 | 3 120 | 500 | 11.3
Below 300HB  |(XDMW080635ZTR-S)| (Jc8015) | 250 | 3 120 | 400 9
300 | 25 | 120 | 400| 7.5
100 | 4 160 | 650 | 20
Staisnlljessgozteel . 150 | 4 130 | 500 | 15.4
XDMT080620ZER(-ML)|  JC75
Below 250HB | (XDMT080620ZER) | (JC8050) ggg g 5 1 1 8 ggg 1 32
300 | 3 110 | 300, 6.9

ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
(Above parameter is for BT50 arbor)

2) In case chatter occurrs, recommend to reduce depth of cut or spindle speed and feed speed.

3) Use air blow to flush the chips out.

4) We recommend to use XDMWO080635ZTR-S JC8015 (negative geometry inserts) for material having sand
inclusions and uneven removal stocks.
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{Nega Hepta NHPrvyre 1

. AENtype for Cast iron
14 cutting Edges Insert gy & AEN-KLtype for Steel

B FEATURES

Economical cutter with multi corner insert )

@ Lower cutting forces by 3D positive
geometry chip breaker even though double
side negative insert.

@ Pocket milling is possible due to outer
cutting edge has side clearance.

using all corners
Max. depth of cut

6mm

" [Max. depth of cut

@ Regular type for lower power consumption.

@ Ultra fine pitch type for high efficient
machining.

@ From dia. 63mm to 250mm




H CUTTING PERFORMANCE
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B Feed force T Material: FC300

B Main force Cutting conditions:
[] Back force Vc=200m/min

[ Resistant force fz=0.5mm/t

ap=3mm

Ae=80mm

Overhung length: £=138mm
Downcut, Dry

Cutting force (N)

@125, 18 inserts
Competitor B

Material: FC300 (Interrupted cutting)

Cutting conditions: Vc=300m/min, N=764min",

==@== DIJET fz=0.3mm/t, @p=3mm,ae=100mm
—m— Competitor B Overhung length: £=138mm, Dry

E
g
s
@
=
x
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DIJET: 30m Competitor B: 30m

Inserts got wornout gradually

15 20 35
Cutting length (m)

(um) 50 Material: FC300 (Interrupted cutting)
0.0 Cutting conditions: Vc=300m/min, N=764min"",
Entrance _;3;3 . faz=01%rgrr:!rt] ap=3mm,
-15.0 . e=
-20.0 1 Overhung length: £=138mm, Dry

Entrance

(Hm) 50
0.0

Center

-5.0

Center ~10.0
-15.0

-20.0

Ra: 151 um —
Rz:‘ 8.47 “\' m—|
30 35  4.0(mm)

(Hm) 50

0.0

. -5.0

2 -100 Ra:1.28um |

-15.0 N _

200 Rz; 9.2 fm \ Surface roughness:
RO, 8035 40(mm) below Ra=16 um!
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-g Face Milling Pocket Milling
Fig. 2 ¢@Db )
@d
) ’(%3,‘
B
| E

o0e
@d1
B BODY / ULTRA FINE PITCH TYPE
No. Dimensions (mm) ;

Type Cat. No. Stock ﬂuc;fes ©Dc| Lt |@Db| @d| @di| a | b | & W(i'g)ht Fig.
NHP-14100R-08-32| O |14 | 100 | 50 | 70 | 32 [112.4 144 | 8 | 32 | 21| 2
NHP-18125R-08-40| I | 18 | 125 | 63 | 80 | 40 1374 164 | 9 | 35 | 37| 2

Melrc NHP-22160R-08-40| C | 22 | 160 | 63 | 100 | 40 [172.4 164 | 9 | 29 | 52| 4
NHP-28200R-08-60| 1 | 28 | 200 | 63 | 140 | 60 |212.4| 254 (143 40 | 76| 3
NHP-36250R-08-60| [ | 36 | 250 | 63 | 160 | 60 |262.4 | 25.4 [14.3| 40 | 129 | 3

Note) 1. All cutters are supplied without inserts.
2. Refer page C126 for recommended cutting conditions.

H @ : Standard stock items [ : Stock in Japan O : Soon to be deleted “




=i
|Neaa Hepta NHPrvre \ =
>
—
(1]
o |
Fig.3 @Db ‘ Fig.4 ¢@Db ‘ 8
P.C.D.1016 PC.D.66.7 7
¢@d @d
a1 C R <
—. 4 __l 4
\ @Dc | @D - |
Q@d1 | @d1
Il BODY/REGULAR TYPE
No. Dimensions (mm) :
Weight Fi
Type Cat. No. Stock flu(ifes oDc| Li | @Db| od| @di | a b [} kg) |9
NHP-5063R-08-22 | @ 5 63 | 50 60 | 22 | 754104 |63 | 20 12 | 1
NHP-6080R-08-27 | @ 6 80 | 50 60 | 27 | 924 124 | 7 22 1.6 | 1
MerC NHP-8100R-08-32 | @ | 8 | 100 | 50 | 70 | 32 1124 1448 | 32 | 20 | 2
NHP-8125R-08-40 | @ 8 | 125 | 63 80 40 (1374 | 164 | 9 35 32 | 2
NHP-10160R-08-40| @ | 10 | 160 | 63 | 100 40 (1724 1164 | 9 29 52 | 4
Note) 1. All cutters are supplied without inserts.
2. Refer page C126 for recommended cutting conditions
Il PARTS
Wedge Screw Wedge Wrench
sV o A\
Recommended Torque 6.0 N-m \\-" ’/
LS-110 70710 A-15T

@ : Standard stock items

[ : Stock in Japan

O : Soon to be deleted
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M INSERT

Fig. 2 (Low cutting force)
7re “,~‘
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JC8050
H BODY
Tol Dimensions (mm) PVD coated CVD coated
Cat. No. e Fig.
rance| a T | re | JC5118 | JCBOO3 | JC80O50 JCB08X
XNMUO080610AEN ® 1
XNMUOB0610AEN-KL | M ® () 2
175] 6.5 1
XNMUO080610AER-PM [ [ 4
XNHUOS06AEN-W H [ 3

I HOW TO USE OF CORNER CHANGE

“3}';’;';;:‘:,! Recommend to rotate the insert counter-clockwise
for corner for corner change
change

I ATTENTION TO USING WIPER INSERT

@ In case of feed per rev. f >1.2mm/rev and required surface roughness Rz=12.5um, we
recommend to use wiper insert.

@ Feed per tooth fz < 6mm/rev is recommended.

@ Please put insert as “R” mark is shown to the front.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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A\  Instructions for mounting inserts =3
w»
[qcean WK Tightening wedge screw
Clean the insert pocket including insert seat Tightening wedge screw @ and confirm there is no
carefully gap between insert and insert seat. (Refer Fig. 2)

»¢ Recommended tightening torque: 6N-m

2K Mounting insert 4

Press insert to inside seat @ and slide down Confirm the insert edge is parallel to insert pocket
ward @ (Refer Fig. 1) edge. (Refer Fig. 3)

Fig.3

Fig.1

Il POWER CONSUMPTION

| Ultra fine pitch type Regular type
100 gl No. of Power No. of Power
(PDC Ins‘ert Consumption Insért Consumption Power Consumption Pc was calculated as
(mm) Q/Pc'=34 (cm®/kW) from test data at below
Z (tooth) Pc (kw) Z (tooth) Pc (kw) cutting condition.
63 5 6.8 Work Material: FC250
80 6 8.1 ap=3 (mm) z=0.3 (mmft)
ae=0.8Dc (mm) Vc=200 (m/min)
100 14 18.9 8 10.8
125 18 24.3 8 10.8
160 22 29.7 10 13.5
Power consumption calculating formula:
200 28 37.8 Pc (kW)= (aexapxVf)/ {1000 x (Q/Pc")}
250 36 48.6

Note) The parameters calculated are based on cutting test of cast iron. Actual Pc (kW) is changed according
to work shape and cutting conditions.
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Tooling by DIJET

Nega Hepta

B RECOMMENDED CUTTING CONDITIONS

Depth of cut| Cutting speed |Feed per tooth Insert
Cat. No. Insert ap (mm) | Ve (m/min) fz (mm) Grades
Grey cast iron Below 3.0 0.3 (0.1-1.0) Vc=200: JC608X
XNMUO080610AEN
FC300 200 (150-250) . (XNMUOB0610AEN)
(GG30) XNMU080610AEN-KL 5 0.3 (0.1-05) #*Vc=200: JC5118
Below 300HB Gk TR (XNMUOBOS10AEN-KL)
Nodular cast iron Below 3.0 0.2 (0.1-0.8) \Vc=150: JCB08X
XNMUO080610AEN
FCD400 150 (120-180) . (XNMUOB0610AEN)
(GGG40) | XNMU0806T0AEN-KL o 0.2 (0.1-0.4) #Ve=150: JC5118
Below 300HB g (XNMUOBO610AEN-KL)
Low carbon steel[ XNMU080610AEN-KL Below 2.5 JC5118
$S400, S10C
(17100, C10) 180 (140-220) 0.3 (0.1-0.5) (JC8050)
Below 1’80HB XNMU080610AER-PM 2.0-3.5 (For interrupted cutting)
Carbon steel | XNMU080610AEN-KL Below 2.5 JC5118
S50C, S55C
(C50. C55) 160 (120-200) 0.3 (0.1-0.5) (JC8050)
Below 250HB | XNMUO80610AER-PM 2.0-3.5 (For interrupted cutting)
Tool & Die steel | XNMU080610AEN-KL Below 2.5 JC5118
SINEIS, SN 140 (100-180) | 0.3 (0.1-0.5) (JC8050)
(1.2344, 1.2379) .3(0.1-0. . .
Below 255HB | XNMU080610AER-PM 2.0-3.5 (For interrupted cutting)
Mold steel
NAK80, HPM1, P21 deeiie
(1.2311, P31) XNMUO80610AEN-KL [  Below 2.5 80 (60-100) 0.15(0.1-0.3) (JC8050)
éO-43|’—|RC (For interrupted cutting)
Stainless steel | XNMUO80610AEN-KL |  Below 2.5
SUS304 130 (100-160) 0.2(0.1-0.4) JC8050
Below 250HB | XNMU080610AER-PM 2.0-3.0
#*% For low power machine
Hl NOTE

The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
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Indexable Tools

0128

TDM EXTREME EXTDMryre

"EXTREME DIEMATE" EXTDM / MTX type with edge sharpness and strength.

I
@ Achieved edge sharpness and strength

by unique helical cutting edge.
Adopted radius insert suitable
for turbine blade machining.

® Economical double-side
insert (8 corners).

&7

-
Doublssde sable!

I

prevents movement of inserts.
Able to stable machining.

\_

@ Unique insert rotation preventing structure:
Due to wedge-shaped binding face of insert

Prevents chattering & vibration.

@ Insert are arranged in an irregular pitch (except for 3 tooth type).

@ Cutting force comparison

Material: S50C C50

Cutting conditions: Vc=120/min, fz=1.0mm/t, ap=0,6mm, ae=15mm
Down cut, Air blow, Tool No.: EXTDM-5050R-12-22 (250),

Insert No.: RNMU1205MOE-MM (JC7560P)

1,400 ap=1mm, fz=0.4mm/t

1,200
1,000
[ X (Feed force)

[ Y (Main force)

[1Z (Back force)

[ (Resultant force)
Conventional tool  EXTDM type (50, negative)

@ Cutting force comparison

Material: S50C C50

Cutting conditions: Vc=120/min, fz=1.0mm/t, ap=0,6mm, ae=15mm
Dow cut, Air blow, Tool No.: EXTDM-5050R-12-22 (250),

Insert No.: RNMU1205MOE-MM (JC7560P)



DIJET

TDM EXTREME EXTDMryre

Indexable radius cutter for hard-to-cut material.

Irregular pitch prevents
chattering & vibration
(except for 3 tooth type).

Achieved edge
sharpness & strength
by helical cutting edge

Through coolant hole:
surely coolant supply
to cutting edge

G-Body,

Adopted GN surface-hardening treatment on
thermal resistant high strength steel gives

high hardness over 65HRC and secure insert
pocket and holder against thermal deformation,
improved body durability and tool life by 30%
or more. Make it difficult to be damaged even
under severe cutting conditions. Also rust-proof
and anti-welding effect is much improved.

hlpplng l
40m
' Normal wear

Cutting conditions:
Ve=260m/min,

) i 100 100 100 100 100 10m

wwz-_--

Stainless steel (Martensitic) ; - L 20m
o & \ 5 Chipping

® Tool life : :
comparison (2.2)! £ 0.
Material: SUS420.2 4 . Al . ’

Vi=495mm/min,
fz=0.3mm/t,

ae=30mm, ™
ap=0.5-2.5mm Face milling
Down cut ri
Air blow

Test by 1 insert

Tool No.:

EXTDM-5050R-12-22 (950)

Insert No.:

RNMU1205MOE-MM

Max. flank wear (mm)
o o
L N

o

(JC7560P) = ; Cutting length (m)

$]00] a|qexapu|

C129
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B FACE MILL TYPE #Db
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No. Dimensions (mm) Weight
726 el [N Stoek| @ loDel R | Lt |@Db| @d | @di| a | b | ¢ | (ko)
EXTDM-5050R-12-22 | @ | 5 | 50 | 6 | 40 | 43 | 22 | 165|104 | 6.3 | 20 | 0.29
¢ |EXTDM-5052R-12-22 | @ | 5 | 52 | 6 | 40 43 | 22 | 165|104 63 | 20 | 0.30
E EXTDM-6063R-12-22 | @ | 6 | 63 | 6 | 40 | 48 | 22 | 165|104 | 6.3 | 20 | 0.43
g EXTDM-6063R-12-27 | @ | 6 | 63 | 6 | 50 | 58 | 27 |20 |124 7 22 | 0.56
EXTDM-6066R-12-27 | @ | 6 | 66 | 6 | 50 | 60 | 27 |20 |124 |7 22 | 0.64
Note) All cutters are supplied without inserts. Modular Head Type
Wrench Clamp Scrw | Pecommended e

A15T TSW-410H 35

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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T
H BODY
Total of Dimensions (mm) PVD coated
Cat. No. Tolerance corners
(double-side) | P DC T oD | @ JC7560P
RNMU1205MOE-MM M 8 12 5.3 4.6 [ )

10 inserts per case.

Il ATTENTION TO MOUNTING INSERT

contact surface (A) binding face (B)

Put insert so that contact surface of insert (A) can come into
contact with wedge-shaped binding face (B).




(7]
E |TDM EXTREME EXTDMrvyere \
2
=
g I RECOMMENDED CUTTING CONDITIONS
D
= Feed Tool dia. @ Dc (mm)
— ) Depth of cut per
Work Cumng tooth | 50/52x5N 63/66x6N
or spee
Materials |Grades Ve Breaker
(m/min) aprange | ap fz n Vi n Vi
(mm) (mm) |(mMm/) [ (min?) | mmmin) | (min?) | (mm/min)
0.5 | 0.55 3,704 3,498
Stainless steel 1.0 | 0.40 2,694 2,544
(Martensitic) 05-3.0 1,347 1,060
13Cr JC7560P 170-220-270 MM Recommended 19 || Ue (Ve=220) 2h ] (Vc=220) eI2eh
(SUS403, 410, up to 2.5mm 2.0 0.30 (p52) 2,021 (p66) 1,908
420, 430) 25 | 0.27 1,818 1,717
(3.0) | 0.25 1,683 1,590
0.5 | 0.55 2,692 2,544
Stainless steel 05-30 1(5) ggg 979 1’3?2 771 1’2?8
(Austenitic) ~ R o= & : . ) ,
(SUS304. JC7560P |120 160 200f MM Rﬁgﬁ??‘éﬂfﬁd 20 | 030 (\/(?:515)0) 1,469 (v(c@:gg)o) 1388
SE, ) 25 | 027 1,322 1,249
(3.0) | 0.25 1,224 1,157

2: Overhung length, ap: Depth of cut, Vc: Cutting speed, N: Spindle speed, Vf: Feed speed, fz: Feed per tooth

B 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) Use air blow.

Overhung length Ve Vi
o . . 2/D (m/min) | (mm/min)
MM breaker insert has helical cutting edge, BD‘; 5 5
so recommend to use at ap=3mm or less. o e | 100% | 100%
3Dc~5Dc 70% 70%
Over 3Dc, up to 5Dc

H Max. ramping angle

Tool dia. (mm) | Max. ramping angle
32 0.7°
40 0.8°
50 1°
52 1°
63 0.8°
66 0.8°
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High speed and high performance at machining e erospace Tooling
stainless steel turhin blade
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Unequal pitch design prevents
chatter and vibration.

Flat face insert locking seat
prevents insert movement

4 corners
8 corners

Il CUTTING PERFORMANGE
Tool life comparison

Cutting condition
Insert: RPMT1204MOE-MM8 JC7560 0.9 Chipping I’
Mat'l: Stainless steel (SUS420J2) 08l & Competior

Tool dia.: (p52mm & Competitor | /u”pﬁ"]g
Ve=260m/min (n=1,952min™), fz=0.4mm/t
ap=2mm, de=0~32mm, Dry

*Machined by 1 teeth

Max. flank wear (mm)

TDM type: 48m, normal wear 0 4 8 1216 _2.0 24 26 32 3 40 44 48
Competitor: 40m, chipping Cutting length (mm)
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Tooling by DIJET

Blade Chi TDMrtyre
$Db
¢d
,,,,,, 7&‘\ / i -
pd1 R
¢Dc
H BODY
No. Dimensions (mm)
Stock| of Weight
e (Gt N *lites| pDc| R | Lt |@Db| @d |@di| a | b | & |
Metric| TDM-5050R-12-22| @ | 5 50 6 40 43 22 1165|104 | 6.3 | 20 (0.28
Bore |TDM-5052R-12-22| @ | 5 52 6 40 43 22 | 165|104 | 6.3 | 20 [0.35
Note) All cutters are supplied without inserts.
Il INSERT
Fig. 2 =
4-18
8 S
/
T
No. of PVD coated  |Dimensions (mm)| _.
Type c ' Cat. No. Tolerance Fig.
orner
JC7560 P @Dc| T @D
Regular 8 RPMT1204MOE-MM8 M o 12 |4.762| 4.4
Regular 4 RPMT1204MOE-MM4 M ] 12 4762 44 | 2
Strong 4 RPMT1204MOE-MH4 M o 12 |4.762| 4.4
10 inserts per case
Il PARTS
Clamp screw Wrench
& Clamp Screw Recomrr}ejcliﬁ)d'rofque
DSW-410H A-15T SSwaton ”3_6

@ : Standard stock items

[ : Stock in Japan

O : Soon to be deleted




' i i A Tooli
Series expansion, small diameter type for 4 erospace Tooling

Blade-Chipper TDM / MTD type.
Adall

Feature of product

1. Has extensive lineup of small diameter type for machining small to
medium-sized turbine blade.

=3
=%
@
>
N
=2
@
)
=)
2

2. Insert are arranged in an irregular pitch (except for 3 tooth type).
Prevents chattering & vibration.

3. Available now medium or heavy type inseris.

4. Adoptied new PVD coated grade “JC7560P” improved heat-fracture
resistance & impact strength.

W Specification of TDM / MTD type M Insert shape of TDM / MTD small diameter type

K“g I @ o

10°

Irregular pitch prevents chattering &

vibration (excepl for 3 tooth type).




(7]
E ‘Blade ChiHHer TDMTYPE\
2
S BB (H 3N a7 3 Through Coolant Hole
> $Db
=]
£ ¢d
a
L | -
®
X7 LI/ 1Y
d1 R
Wrench Clamp Screw Recomm(e,:“fj:;j Torque %
A-10 DSW-307H 18
No. Dimensions (mm) :
Weight
. . Stock f
Type Cat. No ok S lobe| R | Li |@Db| @d | @di| a | b | & | ko)

TDM-5040R-10-16 ® | 5 (40 5 |40 37 | 16 | 135|84 56 | 18 | 0.19
TDM-5042R-10-16 ® | 5 (42 5|40 38 | 16 | 135| 84 56 | 18 | 0.20

Note) All cutters are supplied without inserts. Modular Head Type
l END MILL TYPE Through Coolant Hole

Metric
Bore

fa)
9
B B ”
s g e —— —_—_—— 2
8 -
R
02 s
Clamp Screw Recomm&ﬂ}r#\e)d Torque
DSW-307H 18 L
- Dimensions (mm) Parts
2 2 .
S |50 Applicable
Cat. No. o 2:’%’ inserts Clamp
5|¢pDc| R |£2|€s| L |@oD1 ¢@Ds sorew | Wrench

DSW-

TDM-3025-60-S25 | @ | 3 | 25 | 5 |60|60(120| 23 | 25 & “
RPMT10T3MOE-MM4 y
TDM-4032-70-S32 | @ | 4 | 32 | 5|70|60 (130 29 | 32 3070 | A-10

Note) All cutters are supplied without inserts.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




H INSERT

e

Fig.1 RPMT10T3SMOE-MM4 Fig.2 RPMT10T3MOE-MH4

=3
=%
@
>
N
=2
@
)
=)
2

v
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7
44

4-18° 4-18’
8 1 s Sk
- L
/ /
T T
PVD coated Dimensions (mm)
Type | Corner Cat. No. Tolerance i
» @Jcrs6p | @Dc| T | @D | @
Medium 4 RPMT10T3MOE-MM4 M o 10 3.97 | 3.5
Heavy 4 RPMT10T3MOE-MH4 M o 10 3.97 | 3.5 2

10 inserts per case

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted J
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Tooling by DIJET

|Blade Chi“er TDMrTvyre \

Il RECOMMENDED CUTTING CONDITIONS

@ TDM type (End mill type)

Feed Tool dia. ¢ Dc (mm)
; Depth of cut per
Work %tetgg ooth 25x3N 32x4N
Materials Grades Vo Breaker
(m/min) aprange | ap fz n Vi n Vs
(mm) (mm) [(mm/t)| (min?) | mmmin) [ (min?) | (mm/min)
Stainless steel 05 | 0.33 2,899 3,020
(Martensitic) MM4 10 | 022 1,932 2,013
7560P|180-230- 05-25 (— ' 2,928 | 2,288 | &
o Jo7560P | 180-230-280) ks 5 070 | o T1a69 | vim 1739
420, 430) 2.0 0.18 1,581 1,647
Stainless steel 05 | 0.33 2,143 2,232
(Austenitic) MM4 1.0 | 0.22 1,429 1,488
17C 7560P [120-170- 05-25 2 2165 L 1691
(SUS304, Jorseop | 120-170-220 g 1.5 [ 019 | (Ve=170) | 1,234 | (Ve=170) | 1,285
316, 317) 2.0 0.18 1,169 1,218
£: Overhung length, ap: Depth of cut, Ve: Cutting speed, N: Spindle speed, Vi: Feed speed, fz: Feed per tooth
@ TDM type (Face mill type)
Feed Tool dia. @ Dc (mm)
Cutting Depth of cut per
Work Grades Speed Broaker tooth 50 52
Materials Ve
(m/min) aprange | ap fz n Vi n Vs
(mm) (mm) [(mm/t)| (min?) | (mmmin) [ (min?) | (mm/min)
Stainless steel MV 05-15 0.5 | 0.55 4,202 4,040
it (Max 3mm in case of
(Ma:[ggfltlc) 17560 190_240_290 4 comers use) 1.0 0.40 1,528 3,056 1,469 2,938
(SUS403, 410, MM4 05-3 2.0 0.30 | (Ve=240) | 2292 | (Ve=240) | 2204
420, 430) (MH4) ' 3.0 | 025 1,910 1,836
Stainless steel M8 05-15 0.5 0.55 3,152 3,031
(Austenitic) Mimess © | 1.0 [ 040 | 1146 | 2292 | 1102 | 2,204
N Jc7560 [130-180-230 W | e, [ 20 [0s0 ] 0 [rrie] v v
316, 317) (MH4) ' 30 | 025 1,433 1,37
£: Overhung length, ap: Depth of cut, Ve: Cutting speed, N: Spindle speed, Vi: Feed speed, fz: Feed per tooth
Hl 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 Qg gl (m\//n(w:in) (mm\ﬁnm)
be reduced according to the right table. £/Dc
3) Should use breaker type properly according to the work shapes or condi- ~3Dc 100% 100%
tions of chipping. Normally, recommend to use MM-breaker. Or under 3Dc
4) Use air blow. 3Dc-~5Dc — —
Over 3Dc, up to 5Dc
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Il RECOMMENDED CUTTING CONDITIONS
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@ TDM type (Face mill type)

Feed Tool dia. @ Dc (mm)
; Depth of cut per
Work 232:;? tooth 40x5N 42x5N
Materials Grades Vo Breaker
(m/min) aprange | ap fz n Vi n Vi

(mm) (mm) |(mm/t) | (min7) | mmmin) | (mint) | (mmimin
S 05 | 035 3,343 3,083
tainless stecl 10 | 0.25 2388 2,274

(Martensitic) . . ) g
1acr  |Jo7560p|190-240-200| MM | 05-25 [ 15 | 021 | 1910 [Ta006| 1819 1910
(822302'3310’ 2.0 | 020 1,910 1,819
, 430) 25 | 018 1,719 1,637
Stainless steel e L = =
(Austonitio) - 10 | 025 1,790 1,705
17cr |Jc7s60p|130-180-230 05-25 | 15 | 021 | 1432 1504 | 1364 430

MH4 (Vc=180) (Vc=180)

(383%83??) 20 | 020 1,432 1.364
' 25 | 018 1,289 1,228

2: Overhung length, ap: Depth of cut, Vc: Cutting speed, N: Spindle speed, Vi: Feed speed, fz: Feed per tooth

MM4: Medium type / 4 corners
MH4: Heavy type / 4 corners

H NOTE
1) The cutting parameters to be adjusted according to the machine rigidity or
work rigidity. Overhung length Ve Vi
2) In case of more overhung length, cutting speed and feed speed to be 2/Dc (m/min) | (mm/min)

reduced according to the right table.

3) Use air blow to flush the chips out. ~3Dc 100% 100%
3Dc or less
3Dc~5Dc 70% 70%

Over 3Dc, up to 5Dc
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Tooling by DIJET

Super Diemaster

High efficient machining tool with edge
sharpness and strength.

Through coolant hole

Increased insert strength

68% stronger than conventional Diemaster (DDM)
ISO insert. In addition to conventional insert grades,
Tough grade "JC8050" for unfavourable conditions
and "JC5118" for general use are available.

Double clamp system

Adopted double clamp system for more rigidity.

Adopted positive axial rake

* R3.5 & R5 inserts—A.R.; +6°
+ R6 & R8 inserts—A.R.; +8°

—Reduced cutting forces by 21% than
conventional Diemaster.

Variation

Modular Head is available with combination of G‘B@dy

carbide shank. Special surface hardening treatment on thermal heat resistant high speed steel
(Please refer page B023-B024 for modular type) gives high hardness over 65HRC and secure insert pocket and holder against

thermal deformation. This G-body is anti-vibration and highly tough. This results
m increased tool life by 30% or more compared with general cutter body. It is difficult
to get damage even under severe cutting conditions. Also rust-proof and

anti-welding effect are much improved.

_ Insert strength comparison )
M Insert comparison
Super Diemaster

R3.5 R5 R6 R8

2.38 3.18
e EIK [ﬂ
Standard
Insert Insert thickness: 4.1

Body:
SDH-2250-R10-M12

v v Insert:

RDMW1004MOT

2.7 4.1
e E]J Eﬁ
Diemaster

Insert thickness: 3.18
Body:
MDH-2250-M12

Insert:
RDHX1003MOT
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Super Diemaster

B CUTTING PERFORMANCE
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_ Cutting force comparison )

(@ General machining for hardened die steel (2 General machining for die steel

Tool dia.: 20mm, Mat'l: SKD61 (1.2344) 45HRC Tool dia.: 20mm, Mat'l: SKD11 (1.2379) HS30
Ve=91m/min, fz =0.2mm/t, ap=0.7mm, Ve=179m/min, fz =0.34mm/t,ap=1.2mm,
ae=10mm by down cut ade=10mm by down cut

Modular Head + MSN Carbide Shank Modular Head + MSN Carbide Shank

N) 21% N 18% M Shape and temperature of chips
1,800 1,000
G5 REDUCED .- 900 REDUCED Super Diemaster Low
- ) L]
1,400 — S0 ¥,
700 —
1,200 —
600 —
1,000 |
500 — -
800 |
400 ] -
600f —— —— E—— - -
300 | IS S.Iandard Insert
40 | | | B 200 (— —_— _— - = {l .
200| _— = 100 |— =
0 1 1 1 I 0 1 1 1 J
X Y z Resultant X Y 4 Resultant
(Feed force) (Main force) (Back force F) force (Feed force) (Main force) (Back force F)  force

SDH-2200-R07-M10 (Insert RDMWO7T2MOT)
MDH-4200-M10 (ISO Standard Insert RDHX0702MOT)

(3 High feed machining for hardened die steel @ General machining for die steel

Tool dia.: 40mm, Mat'l: SKD61 (1.2344) 45HRC Tool dia.: 40mm, Mat’l: SKD11 (1.2379) HS30
Ve=201m/min, fz=0.4mm/t, ap=0.2mm, Ve=179m/min, fz =0.34mm/t, ap=1.2mm,
ae=10mm by down cut ade=10mm by down cut

Modular Head + MSN Carbide Shank Modular Head + MSN Carbide Shank

SDH-2200-R07-M10 (Insert RDMWO7T2MOT)
MDH-4200-M10 (ISO Standard Insert RDHX0702MOT)

RDMW type
21% REDUCED

DMW type
14% REDUCED

I Shape and temperature of chips

Super Diemaster
Insert RDGT type Low
i

RDGT type ™)

RDGT type

1-.,_ ]
0, 2,000 - i
31% REDUCED 29% REDUCED i e |
i, L '
1,600 — B
o0 - E N 1,400 i — -
1,200 B .
Super Diemaster
300 | — — 1,000 5 Insert RDMW type
—
800 — -
200 —— — — —
600 ——————— — -
00— | | | | 400 ——— — — B
200 — — — — P
0 - . y . . : - J 0 " " " ) 180 Standard Insert
esultant X Y z Resul -
(Feed force) (Main force) (Back force F) force (Feed force) (Main force) (Back force F) e{(s;cteam - '-'l'-{

SDH-2400-R12-M16

(Without Chipbreaker RDMW1204MOT)
SDH-2400-R12-M16

(With Chipbreaker RDGT1204MOE)

MDH-4400-M10
(ISO Standard Without Chipbreaker RDHX1203MOT)

SDH-2400-R12-M16

(Without Chipbreaker RDMW1204MOT) -
SDH-2400-R12-M16 ’
(With Chipbreaker RDGT1204MOE) ;i
MDH-4400-M10 ) High
(ISO Standard Without Chipbreaker RDHX1203MOT)
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Super Diemaster

B CUTTING PERFORMANCE
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@ High feed machining for hardened die steel

Tool dia: 20mm, Mat'l: SKD61 (1.2344), 43HRC, Overhung length: 70mm, Vc=250m/min, fz=0.2mmft,
dp=0.2mm, de=10mm (Air blow, Down cutting)
Modular Head + MSN Carbide Shank: MSN-M10-40-S20C

051 sph2200-R07M10 M Condition of damaged inserts
(Without Chipbreaker RDMW07T2MOT/JC8015)

04l 1SO Standard MDH-4200-M10 After 72m After 122.4m |  After 165.6m
. (Without Chipbreaker RDHX07T2MOS/JC5003) -
= Super Diemaster
< 03 RDMWO7T2MOT (JC8015)
g~ LR ) 0.154 0.237
<
3 o2 IS0 Standard
Fohe RDHX07T2MOS (JC5003)
s VB fma) 0.134 0.356

0.1

0 50 100 150 200

Cutting length (m) 3% Only 1 cutting edge

(2 High feed machining for hardened die steel

Tool dia: 25mm, Mat'l: SKD11 (1.2379), 43HRC, Overhung length: 70mm, Vc=250m/min, fz=0.3mml/t,
Ap=0.2mm, Ae=15.5mm (Air blow, Down cutting)
Modular Head + MSN Carbide Shank: MSN-M12-55-S25C

o7 SDH-2250-R10-M12 M Condition of damaged inserts
06k (Without Chipbreaker RDMW1004MOT/JC8015)
Competitor Y After 72m After 86.2m

= 05 (Without Chipbreaker RDHX1003MOT/TiAIN coated) N
£ SO Standard MDH-2250-M12 Super Diemaster “
5 (Without Chipbreaker RDHX1003MOS/JC5003) RDMW1004MOT (JC8015) a
g e / V& MAX (mm) 0.159 0.235
2
S 03 Competitor Y
é / RDHX1003MOT (TiAIN coated)
= 02 // V8 MAX (mm) 0.203 0.313

04 1S0 Standard

— RDHX1003MOS (JC5003)
o Ve MAX (mm) 0.199 0.643
0 10 20 30 40 50 60 70 80 90 100
Cutting Length (m) 3% Only 1 cutting edge

(3 Ti-alloy age hardened

Tool dia: 32mm, Mat'l: Ti6AI4V, 42HRC, Overhung length: 118mm, Vc=60m/min, fz=0.3mm/t,
dp=0.5mm, Ae=12mm (Wet cutting, Down cutting)
Modular Head: SDH-2320-R12-M16 + MSN Carbide Shank: MSN-M16-157S-S32C

05 - .
. M Condition of damaged inserts
With Chipbreaker RDGT1204MOE/JC8015
After 1.32m After 10.56m | After 17.16m
£ oz Super Diemaster
5 RDGT1204MOE (JC8015)
E DX () 0.075 0.104 0.124
5
30
=
0 . . . ]
0 5 10 15 20

Cutting Length (m) 3% Only 1 cutting edge
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Il BODY/FACEMILL - STANDARD TYPE
Dimensions (mm) Inserts
o Head cap screw | weigh
el Cat No. kol b R | Lt (pDb| @d |@di| a | b | & |(s Standard) | 0 (=
HDM-3050-12R-22 |@ | 3 | 50| 6 |50| 47 | 22 [16.5/10.4| 6.3|20 M10 0.5 |RDOO1204M0O
Metric| HDM-3050-16R-22 (@ | 3 | 50| 8 |55| 47 | 22 |16.5/10.4| 6.3 |20 M10 0.5 |RDOO1606MOO
Bore |Hpm-4063-12R-22 |@| 4 | 63| 6 |50| 60 | 22 (16.5/10.4| 6.3/20 M10 0.7 |RDOO1204M0O
HDM-4063-16R-22 |@ | 4 | 63 | 8 |50| 60 | 22 [16.5/10.4| 6.3|20 M10 0.7 |RDOO1606M0OCO

Note) 1. All cutters are supplied without inserts. Modular Head Type
2. Please refer page C147-C153 for recommended

cutting conditions.

3. Mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.

4. In case of using double clamping mechanism type, please refer page C009.

B HEXAGON WRENCH FOR SET BOLT

Thread ” Hexagon Wrench Size (mm)

M10 8
M12 10
M16 14
M20 17
M24 19

Note) All cutters are supplied without Hexagon Wrench

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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3 Through Coolant Hole p g’
G-Body, g B /
> . Face Milling Pocket Milling Copy Milling Helical Interpolation

¢@Db
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Il BODY/FACEMILL-FINE PITCH TYPE
) Dimensions (mm) Inserts
Typel  Cat. No. [sieq f's‘feS(pDc 0 o I I I:jgéd Sctzpr: ds:rrzv;/ w(eklg)ht
HDM-4050-16R-22| @ | 4 | 50 | 8 |55| 47 |22 |16.5/10.4/ 6.3 |20 M10 0.4 |RDOO1606M0O
HDM-5050-12R-22 @ | 5 | 50 | 6 |50| 47 |22 |16.5/10.4/ 6.3 |20 M10 0.4 |RDOO1204M0O
HDM-4052-16R-22| @ | 4 | 52 | 8 |55| 40 |22 |16.5/10.4/6.3 |20 M10 0.5 |[RDOO1606M0OO
HDM-5052-12R-22| @ | 5 | 52 | 6 |50| 40 (22 |16.5(10.4/ 6.3 |20 M10 0.5 [RDOO1204M0O
Metric| HDM-5063-16R-27| @ | 5 | 63 | 8 |50 60 |27 |20 |12.4|7 |22 M12 0.7 |RDOO1606M0OO
Bore |HpM-6063-12R-27| @ | 6 | 63 | 6 |50| 60 [27 |20 [12.4/7 |22 M12 0.8 [RDOO1204M0O
HDM-5066-16R-27| @ | 5 | 66 | 8 |50| 60 |27 |20 [12.4|7 |22 M12 0.7 [RDOO1606M0OO
HDM-6066-12R-27| @ | 6 | 66 | 6 |50| 60 (27 |20 [12.4|7 |22 M12 0.7 |RDOO1204M0O
HDM-6080-16R-27| @ | 6 | 80 | 8 |55| 76 (27 |20 (12.4|7 |22 M12 1.3 [RDOO1606M0O
HDM-7080-12R-27| @ | 7 | 80 | 6 |55| 76 (27 |20 (12.4|7 |22 M12 1.4 |RDOO1204M00O

Note) 1. All cutters are supplied without inserts. Modular Head Type
2. Please refer page C147-C153,

for recommended cutting conditions.

Il HEXAGON WRENCH FOR SET BOLT

Thread l Hexagon Wrench Size (mm)

M10 8
M12 10
M16 14
M20 17
M24 19

Note) All cutters are supplied without Hexagon Wrench

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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H INSERTS

Standard Type

Without Chipbreaker
Chamfer -MOT
General Cutting

@Dc

10 Inserts per case

Cat. N Tol PVD coated Dimensions (mm)
at o, O'€ranceI pH103 | JCB015 | JC5040 | @Dc
RDMW1204MOT M [ o () 12

Low Cutting Force

RDMW1606MOT M (] (] ( 16

With Chipl With Chip|
Chamfer -MOT X R-honed -MOE
LECLETR(]3p ¢ Titanium-Inconel

Stainless Steel

ENANd,

10 Inserts per case

PVD coated Dimensions (mm) Fi

Cat. No. |Tolerance | yorq1a7 108015 JCB050] JCB118| @Dc | T oD | 9
RDGT1204MOE G [ J [ J
RDGT1204MOT G o o 12 i
RDGT1606MOE G [ J [ J 16 6 5 1
RDGT1606MOT G [ ] [ J
RDMT1204MOE M O O [ ] © 1
RDMT1204MOE-ML M o 12 4.8 4.4 2
RDMT1204MOT M O O [ ] ©) 1
RDMT1606MOE M O O [ J © 16 6 5 1
RDMT1606MOT M O O [ ] ©

‘
With Chipbreaker 8
s
Aluminium
10 Inserts per case
Uncoated Dimensions (mm)

Cat. No. Tolerance F705 @De T @D
RDGT1204MOF-AL G [ J 12 4.8 4.4
RDGT1606MOF-AL G [ ] 16 6 o

Note) In case of chip clogging remove the clamp set. (DCM-18, DCM-17) (Only in the case of Aluminium Machining)
Il PARTS /FACE MILL-STANDARD TYPE MPARTS /FACE MILL-FINE PITCH TYPE
Clamp Screw| Clamp Set Wrench Clamp Screw| Wrench

=2 g A=le A

RDO(O1204M0O| DSW-410H DCM-18 A-15T RDOO1204M0O)| DSW-410H A-15T

: 5 | A-20 (~@125) RDOO1606MOC)| DSW-4512H |  A-20
RDOO1606MOO| DSW-4512H | DOM-17 |75, e

Clamp Screw Recommﬁ\mﬁ? Torque
DSW-410H 3.6
DSW-4512H 6.0

© : Soon to be stocked @ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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@
= . .
¢>:<: M Grade selection guide
= ISO P M H
= Po1/P10]P20| P30 P40[M01IM10[M20[M30[M40|K01| K10[ K20 |K30[NO1[N10|N20|N30| S01/S10] 520/ S30] HO1]H10]H20
| R |
JC5040
Application JC5118 Jc5118 J Jc5118 J Jc5118
R
anoe | | DH103]
JC8015 JC8015 JC8015 JC8015 s
JC8050 JC8050

M Guidelines for selection of milling Inserts

Grades| 1 g015 JC8015 gy 108015
" 408015165040 05118 JC8050| 198015 ca050 S JCEU1S o050 s
RDMW1204MO0T | © | © ) = =
RDOT1204MOT | ¢ % O O
RDOT1204MOE ° ° o
RDMT1204MOE-ML] -
RDMW1606MOT | © | © o 5 =
RDOT1606MOT | ¢ oS o O
RDOT1606MOE ° ° o
RDGTOCOOOMOF-AL 5

*RDMW type: without chipbreaker +RDOT type: with chipbreaker
© : First choice, Good condition O : Moderate condition @ : Unfavorable condition v : Light cutting
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M Instructions for profile milling

@ Ramping @ Helical interpolation
@ Dh
a , ~
N S
kel
s ' 4
8 _

Remains

@ Calculation of tool pass dia.  ¢pdc = ¢ Dh — ¢@Dc
Tool pass dia. Bore dia.  Tool dia.

@ Depth of cut per one circle should not exceed max. depth of cut ap.

@ Down cutting is recommended, so tool pass rotation should be counter-clockwise.

@ Do not continue ramping after drilling.

@ In case of helical interpolation, remove the core by traverse milling.

@ In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@ In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ Long continous chips may come out in case of drilling, confirm the safe cutting conditions.

Tool dia. Insert dia. Effective  |Min. bore|Max. bore[ ~ Max. Max. depth Total cutting | Max. driling | Depth of
®Dc (mm) cutting dia. | dia. dia. ramping of cut length depth | holder face
(mm) D1 |@pDhmin|@Dhmax.| angle ap L (mm) z X

(mm) (mm) (mm) 6° (mm) at Max. ap (mm) (mm)
50 12 R6 38 80 98 5°15' 6.0 65.2 3.5 4.5
50 16 R8 34 75 98 7°25’ 8.0 61.4 4.0 5.0
52 12 R6 40 84 | 102 4°55' 6.0 69.7 3.5 4.5
52 16 R8 36 79 | 102 6°55' 8.0 65.9 4.0 5.0
63 12 R6 51 106 | 124 3745’ 6.0 915 3.5 4.5
63 16 R8 47 101 | 124 5°00 8.0 914 4.0 5.0
66 12 R6 54 112 | 130 3°30’ 6.0 98.1 3.5 4.5
66 16 R8 50 107 | 130 4°40' 8.0 98.0 4.0 5.0
80 12 R6 68 140 | 158 2°45' 6.0 124.9 3.5 4.5
80 16 R8 64 135 | 158 3°30° 8.0 130.7 4.0 5.0
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Tooling by DIJET _

(7]
E ‘Super Diemaster HDMTYPE\
D
= Il RECOMMENDED CUTTING CONDITIONS
(3]
;g @ FACE MILL - STANDARD TYPE
= Tool dia. (mm) (Insert type)
— Work Insert 50 (R6) 50 (R8) 63 (R6)
Materials Grades No. of teeth 3N (Double Clamp) | No. of teeth 3N (Double Clamp) | No. of teeth 4N (Double Clamp)
L ap n \% L ap n Vs 4 ap n Vs
(mm) | (mm) | (min") | (mm/min) | (mm) | (mm) | (min‘") |(mm/min)| (mm) (mm) | (min") |(mm/min)
150 | 3 [ 1,250/ 1,090 | 150 | 4 [ 1,260]1,100] 150 | 3 980 | 1,140
Carbon steel | Jogos0 | 200 | 25 [1,250 1,160 | 200 | 3 [1,2601,210| 200 | 2.7 | 980 1,300
850C, 855C | e50aq | 250 | 2 880 | 870 | 250 | 2 880 | 980 | 250 | 2.2 | 690 910
(C50, C55) 05118 300 | 1.2 | 880 1,130 | 300 | 1.5 | 880 1,160 300 | 1.6 | 690 1,100
Below 250HB 350 | 0.7 | 750 950 | 350 | 1 760 | 1,000 350 | 1 590 | 1,010
400 | - = — [ 400 | - = — | 400 | 05 | 540/1,190
150 | 2.5 | 1,200 1,190 | 150 | 3.5 | 1,210]1,010] 150 | 2.5 | 940 1,160
H“g?\}gstpeg JC8050 | 200 | 2 1,200 1,220 | 200 | 3 1,210 1,100 200 | 2.2 | 940 1,240
NAKSO. pog | 9C5118 [ 250 | 1.1 | 840 | 1,130 | 250 [ 25 | 850 | 940| 250 | 1.6 | 660 970
(1.2311 P20y | JC8015 [ 300 | 0.9 | 840 1,260 | 300 | 2 850 | 970| 300 | 1.1 | 660 1,180
30-434RC | Foroveraowrc | 350 | 0.5 | 720 1,180 | 350 | 1 730 | 1,110 350 | 0.7 | 560 1,120
400 | — = — [400 [ = = — | 400 [ 05 | 520]1,140
150 | 3 [1,180/1,030 | 150 | 4 | 1,200]1,040] 150 | 3 930 | 1,080
Bl siizal 200 | 25 | 1,180] 1,130 | 200 | 3 | 1,200 1,180 200 | 2.7 | 930 1,120
SKkDe1, SKD11 | JC5040 [ 250 | 2 830 | 840 | 250 | 2 840 | 960 | 250 | 2.2 | 650 | 850
(1.2344, 1.2379) | J65118 | 300 | 1.2 | 830 /1,000 | 300 | 1.5 | 840 |1,100| 300 | 1.6 | 650 1,040
Below 255HB 350 | 0.7 | 700] 950 | 350 | 1 720 | 950 | 350 | 1 560 | 870
400 | — = = 400 | — = — | 400 [ 05 | 510]1,100
150 | 3 990 | 860 | 150 | 4 [1,000| 870 150 | 3 780 | 900
Stai | ycsos0 | 200 |25 | 990 890 { 200 [ 3 [1,000] 990[ 200 | 27 [ 780 930
taguesf;oﬁj}ee Y08015 | 250 | 2 690 | 700 | 250 | 2 700 | 780| 250 | 2.2 | 550| 730
Below 250HB | Jo5{1g | 300 | 12 | 690 | 860 | 300 | 1.5 | 700| 920] 300 | 1.6 | 550| 830
350 | 0.7 | 590| 820 | 350 | 1 600 | 790 | 350 | 1 470 | 690
400 | — = = 400 | — = — | 400 [ 05 [ 430 940
| ycs118 100 [ 15 T 810 560 | 100 | 2 860 | 590| 100 | 1.5 | 650 580
Hardeneﬁdle JC8015 | 180 | 12 | 810] 610 | 150 | 1.8 | 860 | 620] 150 | 1.2 | 650| 650
SKDGftggo oual e [200 [ 1 570 | 410 | 200 | 1.6 | 600| 470| 200 | 1 450 | 490
(12344 1.2379) | e | 1250 | 0.8 | 570 | 510 | 250 | 1.2 | 600 | 520| 250 | 0.8 | 450 520
0. SOHRG DH103) [ 300 | 0.4 | 490 | 440 | 300 | 0.8 | 520 465| 300 | 0.6 | 390 | 590
(Forower SIHRO)| 350 | — = = 350 | — = — | 350 | 0.3 | 360 620
150 | 3 [1,120[ 1,170 | 150 | 4 | 1,130]1,190| 150 | 3 880 | 1,370
Grey & Nodular 200 | 25 [ 1,120 1,110 | 200 | 3 | 1,130 1,290| 200 | 2.7 | 880 | 1,440
ggStF"COS JC8015 | 250 | 2 780 960 | 250 | 2 790 1,060 250 | 2.2 | 620 1,120
(GG.GGG) | JC5118 | 300 | 12 | 780 1,170 | 300 | 1.5 | 790 /1,300 300 | 1.6 | 620 |1,240
Below 300HB 350 | 0.7 | 670] 920 | 350 | 1 680 | 900 | 350 | 1 530 | 1,160
400 | — = — [ 400 | - = — | 400 | 05 | 4801,220

15 4,450 5200 6 | 4450 5000 453,500 | 5,500
A alo 200 | 4 4450 (5400 | 200 | 5 | 4.450(5400| 200 | 4 |3,500 |5.700
pumnumeloy | o5 |50 | 35 3,800 (4,900 | 250 | 4 | 3,800( 4,900 250 | 35 |3,050 | 5,200
R o 300 | 25 [3,200 5,000 | 300 | 3 | 3,200(5,000| 300 | 2.5 |2,500 |5.200
350 | 1.5 [ 3,100 (4200 | 350 | 2 | 3.100(4200] 350 | 1.5 |2.400 4.300
400 | 1 25550 (3,000 | 400 | 1 | 2,55013.000] 400 | 1 |2,000|3:200

2: Overhung length, ap: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.
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Il RECOMMENDED CUTTING CONDITIONS
@ FACE MILL - STANDARD TYPE
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Tool dia. (mm) (Insert type)
Work Insert 63 (R8)
Materials G.rades No. of teeth 4N (Double Clamp)
4 ap n Vi
(mm) | (mm) | (min) | (mm/min)
150 | 4 990 | 1,110
Carbon steel 200 | 3 990 | 1,290
$50C, 555C jgggig 250 | 2| 690 | 1200
(C50, C55) 105118 300 | 1.5 | 690 | 1,210
Below 250HB 350 | 1 590 | 1,040
400 | 0.5 540 | 1,360
150 | 3.5 950 | 1,140
Modsteel | yc8050 [ 200 |3 | 950 | 1.250
S oon |1 Jcs118 | 250 | 2.5 | 670 | 980
NAKEO, P20 300 | 2 | 670 | 1,020
el O8O3, 17350 1| 570 | 1000
400 | 0.5 520 | 1,330
150 | 4 940 | 1,090
Die steel 200 | 3 940 | 1,240
SKD61, SKD11 | JC5040 | 250 | 2 660 970
(1.2344,1.2379) | JC5118 | 300 | 1.5 | 660 | 1,160
Below 255HB 350 1 560 980
400 | 0.5 | 520 | 1,330
150 | 4 790 920
Stainless steel | JC8050 %gg g ggg 1‘g§8
SUS304 JC8015 300 | 15 | 550 960
Below 250HB | JC5118 [—555 11" 470 T 800
400 | 0.5 | 430 | 1,100
Hardened die | JC5118 1g8 % g ggg g?g
steel JC8015 7500 | 1.6 | 460 | 460
SKOOL DAC D0 cibi [7260 | 12 | 460 | 500
(1.2344, 1.2379) :
F(DH1 03)[ 300 | 0.8 | 400 530
40-50HRC | ¢browrsoi®o] 350 | 0'4 | 370 | 470
Grey & Noduar 200 3890 1350
eS| 8015 250 2620 [1.140
(GG’GGG) JC5118 | 300 | 1.5 | 620 | 1,310
Below‘ 300HB 350 | 1 530 | 1,180
400 | 0.5 1,250
6 3,500 | 5,500
Aluminium alloy %gg 2 g’ggg g’;gg
A5052, A7075 FZ05 300 3 2’500 5.200
S0-110FB 350 | 2 | 2.400] 4300
400 | 1 2,000 3,200

2: Overhung length, ap: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

4) Use air blow to flush the chips out.
5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vi.
6) In case of Titanium alloy or Inconel, recommend wet cutting




=2
S
[t
=
=
<
>
D
==
=

Tooling by DIJET

‘Super Diemaster HDM-~yee \

Il RECOMMENDED CUTTING CONDITIONS
@ FACE MILL - FINE PITCH TYPE

Tool dia. (mm) (Insert type)
Work Insert 50/52 (R6) 50/52 (R8) 63/66 (R6)
Materials |Grades No. of teeth 5N No. of teeth 4N No. of teeth 6N

L ap n Vi L ap n Vi 4 ap n Vi
(mm) | (mm) | (min") | (mm/min) | (mm) | (mm) | (min") |(mm/min)| (mm) (mm) | (min") |(mm/min)

150 | 2 1,290 [2,250 | 150 | 3 1,300 | 1,700 | 150 2 1,010 | 2,000

Carbon steel | ;08050 200 | 1.7 1,290 /11,920 [ 200 | 2.5 |1,300 1,820 | 200 1.8 1,010 | 1,800
S50C, S55C JC5040 250 | 15 900 | 1,620 [ 250 | 2 910 | 1,350 | 250 1.6 710 | 1,530
(C50, C55) 105118 300 | 1 900 2,020 | 300 | 1.2 910 /1,800 | 300 1.2 710 | 1,910
Below 250HB 350 | 0.5 780 12,150 | 350 | 0.7 780 11,870 | 350 0.8 610 | 1,830
400 - — — 400 - - - 400 0.4 560 | 1,850

Mold steel 150 | 1.7 1,230 (2,200 | 150 | 2.5 |1,250 [1,750 [ 150 1.7 960 | 2,060
HPM7. PX5 Jcsos0 | 200 | 1.5 1,230 /12,150 [ 200 | 2 1,250 [ 1,850 [ 200 1.6 960 | 2,130
NAKSO. poo | JC5118 [ 250 | 1.2 | 860 (1,720 | 250 | 1.1 | 880 (1,760 250 | 1.4 | 670 1,610
(12311 P20y | JC8015 | 300 | 0.8 860 1,720 | 300 | 0.9 | 880 1.760] 300 | f 670 | 1,810
50_43}’_1% roroverdoRc | 350 | 0.4 730 11,800 | 350 | 0.5 750 [ 1,800 | 350 0.6 570 | 2,200
400 - — — 400 - - - 400 0.4 550 | 2,150

150 | 1.7 1,230 12,200 | 150 | 2.5 [1,260 | 1,750 | 150 1.7 960 | 2,060

Die steel 200 | 1.5 1,230 /2,150 | 200 | 2 1,260 | 1,850 [ 200 1.6 960 | 2,130
SKD61, SKD11 | JC5040 | 250 | 1.2 860 | 1,720 | 250 | 1.1 880 | 1,760 | 250 1.4 670 | 1,610
(1.2344,1.2379) | JC5118 | 300 | 0.8 860 | 1,720 | 300 | 0.9 880 | 1,760 | 300 1 670 | 1,850
Below 255HB 350 | 0.4 730 11,800 [ 350 | 0.5 750 /1,850 | 350 0.6 570 | 2,200
400 - - - 400 - - - 400 0.4 550 | 2,150

150 | 2 1,020 1,780 | 150 | 3 1,030 | 1,350 [ 150 2 800 | 1,670

Stainless steel | JC8050 200 | 1.7 |1,020 |1,520 [ 200 | 2.5 |1,030 |1,440 | 200 1.8 800 | 1,770
SUS304 JC8015 250 | 1.5 710 11,240 | 250 | 2 720 11,060 | 250 1.6 560 | 1,180
Below 250HB | 405118 |-300 | 1 710 (1,420 | 300 | 12 | 720 1,420 | 300 | 1.2 | 560 1,340
350 | 05 610 1,530 | 350 | 0.7 620 | 1,490 | 350 0.8 480 | 1,380

400 — - - 400 — — — 400 0.4 440 | 1,580

Hardened di JC5118 100 | 1.2 850 (1,060 [ 100 | 1.5 880 | 880 100 1.2 650 [ 970
ar :tzzl 1€ 108015 150 | 1 850 1,100 [ 150 | 1.2 880 | 950 | 150 1.1 650 | 1,010
SKDB1 DAC. DAl “ o [ 200 | 0.8 | 560 | 980 | 200 | f 620 | 740| 200 | 09 | 460 970
(12844, 1.5370) | e 7250 | 0.5 | 5601,260 | 250 | 0.8 | 620 870| 250 | 0.6 | 460 1,250
“Josorrc | (DH103) 17300 0.3 | 51071,270 | 300 | 0.4 | 530 850| 300 | 0.4 | 390 1,170
o 350 - - - 350 - - - 350 0.2 360 | 1,300

Grev & Nodular 150 | 2 1,150 [2,350 | 150 | 3 1,170 1,820 | 150 2 900 | 2,260
Y i u 200 | 1.7 1,150 /2,580 [ 200 | 2.5 |[1,170 |2,000 | 200 1.8 900 | 2,420
ggsF'gg JC8015 [ 250 | 1.5 | 800 1,840 | 250 | 2 820 |1,470 | 250 | 1.6 | 630 1,700
(GG’GGG) JC5118 | 300 | 1 800 | 2,300 | 300 | 1.2 820 | 1,800 | 300 1.2 630 | 1,920
Belovs)SOOHB 350 | 0.5 690 12,410 | 350 | 0.7 700 [ 1,680 | 350 0.8 540 | 1,610
400 — — — 400 — — — 400 0.4 500 | 1,730

Aluminium alloy
AB052, A7075
50-110HB

FZ05

4 14,300 | 8,400 5.5 [4,300 | 6,700 4 3,350 | 7,800
200 | 35 |4,300 /8,800 | 200 | 4.5 /4,300 |7,000| 200 | 3.5 |3,350 8,200
250 | 3 3,650 | 7,800 | 250 | 3.5 |3,650 6,300 | 250 | 3 2,900 | 7,400
300 | 2 3,050 /8,900 | 300 | 2.5 |3,050 6,300 300 | 2 |2,400 | 7,500
350 | 1 2,950 |6,600 | 350 | 1.5 |2,950 |5,300 | 350 1 2,300 | 7,200
400 | 0.7 12450 4,300 | 400 | 1 2,450 13,400 | 400 | 0.7 [2.150 | 5,200

£: Overhung length, @p: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

Please refer page C118-C119
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Il RECOMMENDED CUTTING CONDITIONS
@ FACE MILL - FINE PITCH TYPE

Aluminium alloy
A5052, A7075
50-110HB

FZ05

Tool dia. (mm) (Insert type)

Materials |Grades No. of teeth 5N No. of teeth 7N No. of teeth 6N
L ap Vi L ap n Vs 4 ap Vi
(mm) | (mm) | (min?) | (mm/min) [ (mm) | (mm) | (min") |(mm/min){ (mm) (mm) | (min") |(mm/min)
150 | 3 [1,020 [1,660 | 150 | 2 790 (1,830 | 150 | 3 790 |1,540
Carbon steel | jogos5q [ 200 | 2.7 11,020 [1,530 | 200 | 1.8 | 790 |1,640| 200 | 2.7 | 790 | 1,320
$50C, S55C | Yapnaq | 200 | 22 [ 720(1.330 | 250 | 1.6 | 550 (1,380 250 | 2.2 | 550 [1.220
(C50,055) | Y2l [ 300 [ 1.6 [ 72011450 | 300 [ 1.2 [ 550 [1,780 | 300 [ 1.6 [ 550 [1.330
Below 250HB 350 | 1 620 [ 1,550 | 350 | 0.8 | 470 [1,650 | 350 | 1 470 |1,410
400 | 05 | 560[1,800 | 400 | 0.4 | 430 |1,660 | 400 | 0.5 | 430 | 1,660
Vold stee! 150 | 2.5 | 970 (1,690 | 150 | 1.7 | 740 1,850 | 150 | 2.5 | 750 | 1,570
HP‘,’WSPGXGS Jcsoso | 200 | 2.2 | 970 (1,790 | 200 | 1.6 | 740 [1,920 | 200 | 2.2 | 750 |1,660
NAKg0, po0 | JC5118 [ 250 | 1.6 | 6801460 | 250 | 1.4 | 520 [1,460 | 250 | 1.6 | 530 1,370
(12311 pooy | JC8015 | 300 | 1.1 [ 680 (1,800 | 300 | f 520 [1,640 | 300 | 1.1 | 530 [1,680
d043uRe | FreeroRe | 350 | 0.7 | 580 (1,590 | 350 | 0.6 | 440 1,980 | 350 [ 0.7 | 450 |1,480
400 | 0.5 | 560 1,680 | 400 | 0.4 | 410 [1,870 | 400 | 0.5 | 410 | 1,480
150 | 2.5 | 970[1,690 | 150 | 1.7 | 740 [1,850 | 150 | 2.5 | 750 |1,570
Die steel 200 | 2.2 | 9701,790 | 200 | 1.6 | 740 |1,920 | 200 | 2.2 | 750 |1,660
SKD61, SKD11 | JC5040 | 250 | 1.6 | 680 |1,460 | 250 | 1.4 | 520 |1,460 | 250 | 1.6 | 530 | 1,370
(1.2344, 1.2379) | JC5118 | 300 | 1.1 | 680 /1,800 | 300 | 1 520 (1,680 | 300 | 1.1 | 530 [1,680
Below 255HB 350 | 0.7 | 5801,590 | 350 | 0.6 | 440 |1,980 | 350 | 0.7 | 450 |1,480
400 | 05 | 560[1,680 | 400 | 0.4 | 410 [1,870 | 400 | 0.5 | 410 | 1,480
150 | 3 810 (1,320 | 150 | 2 620 [1,510 | 150 | 3 620 |1,210
Stainjoss steel | Jc8050 | 200 | 2.7 | 810(1,330 | 200 | 1.8 | 620 [1,600] 200 | 2.7 | 620 [1,220
) Jogo15 | 200 | 2.2 1 570 1,050 | 250 [ 1.6 [ 430 [1.060 | 250 [ 2.2 [ 430 | 950
Below 2508 | 05118 | 200 | 1.6 | 57011200 | 300 [ 1.2 [ 430 [1,200 | 300 [ 1.6 [ 430 [1,100
350 | 1 490 [1,230 | 350 | 0.8 | 370 |1,240 | 350 | 1 370 1,110
400 | 05 | 450 1,420 | 400 | 0.4 | 340 |1,420 | 400 | 0.5 | 340 |1,290
Hardoned die | Jo5118 |10 [ 1.5 T 670 840 [ 100 [ 1.2 [ 500 [ 870( 100 [ 1.5 [ 500 [ 750
ar e;”el 1€ 10801 150 | 1.2 | 670 900 | 150 | 1.1 | 500 | 910| 150 | 1.2 | 500 | 810
SO e B 68015 500 | 1 460 | 760 | 200 | 0.9 | 350 | 860| 200 | 1 350 | 690
(12344, 1.0370) | Lo [ 250 [ 0.8 | 460 920 | 250 | 0.6 | 350 [1,110| 250 [ 0.8 [ 350 | 840
D OLRG (50H1£&) 300 | 0.6 | 400| 900 | 300 | 0.4 | 300 |1,050 | 300 | 0.6 | 300 | 810
350 | 0.3 | 360 900 | 350 | 0.2 | 270 |1,140| 350 | 0.3 | 270 | 810
Grev & Nodul 150 | 3 910 [ 1,540 | 150 | 2 700 12,050 | 150 | 3 710 | 1,440
rey t.° uiar 200 | 2.7 | 910/1,860 | 200 | 1.8 | 700 [2,200 | 200 | 2.7 | 710 |1,740
ggsF'g’g JC8015 | 250 | 2.2 | 640 1,440 | 250 | 1.6 | 490 1,540 | 250 | 2.2 | 500 |1,350
(GG.GGa) | /65118 [ 800 [ 1.6 | 640(1.700 | 300 | 1.2 | 490 [1.740| 300 | 1.6 | 500 |1.590
Sei 05 350 | 1 550 1,510 | 350 | 0.8 | 420 1,460 | 350 | 1 430 | 1,420
400 | 05 | 510[1,630 | 400 | 0.4 | 380 /1,530 | 400 | 0.5 | 390 |1,500

5.5 |3,350 /6,500 4 2,800 | 7,600 5.5 [2,800 | 6,500
200 | 45 |3,350 6,800 | 200 | 3.5 /2,800 8,000 | 200 | 4.5 |2,800 |6,900
250 | 35 |2,900 6,200 | 250 | 3 2,400 | 7,200 [ 250 | 3.5 |2,400 | 6,200
300 | 2.5 |2400/6,200 | 300 | 2 2,000 | 7,300 [ 300 | 2.5 |2,000 6,200
350 | 1.5 12,300 |5,200 | 350 | 1 1,900 | 6,000 | 350 1.5 11,900 5,100
400 | 1 2,150 [4,300 | 400 | 0.7 |1,600 |4,500 | 400 1 1,600 | 3,800

£: Overhung length, a@p: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

Please refer page C118-C119
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Tooling by D -

(7]
E {Super Diemaster HDMTYPE}
D
= B RECOMMENDED CUTTING CONDITIONS /HIGH SPEED MACHINING
g @ FACE MILL - FINE PITCH TYPE
E Tool dia. (mm) (Insert type)
Work Insert 50/52 (R6) 50/52 (R8) 63/66 (R6)
Materials |Grades No. of teeth 5N No. of teeth 4N No. of teeth 6N
£ ap n Vi ) ap n Vi L ap n Vi
(mm) | (mm) | (min") | (mm/min) | (mm) | (mm) | (min") |(mm/min)| (mm) | (mm) | (min) |(mm/min)
150 | 1.4 [1,590 | 3,180 | 150 | 1.9 |1,640 | 2,400 150 | 1.4 |1,240 | 2,980
Carbon stesl 200 | 1.2 |1,590 | 3,180 | 200 | 1.7 |1,640 | 2,400 200 | 1.2 |1,240 | 2,980
S50C, S55C 250 | 1 |1,110 | 2,220 | 250 | 1.3 |1,150 | 1,680 250 | 1 870 | 2,090
(C50, C55) 300 | 0.6 |1,030| 2,830 | 300 | 1 [1,070 | 1,710 300 | 0.6 | 800 | 2,200
Below 250HB 350 | 0.3 | 950 2,610 | 350 | 0.4 | 980 2,350 350 | 0.3 | 740 | 2,040
400 | - = - | 400 | - = — | 400 | - = =
150 | 1.4 |1,520] 3,040 | 150 | 1.9 |1,570 | 2,300] 150 | 1.4 |1,190 | 2,850
Mold steel 200 | 1.2 |1,520 | 3,040 | 200 | 1.7 |1,570 | 2,300 200 | 1.2 [1,190 | 2,850
R, PXe. | JG8015 1 250 | 1 11,060 | 2,120 | 260 | 1.3 |1,100 | 1,600| 250 | f 830 | 1,990
(12311, P20) | chenker | 300 | 0.6 | 990 2,720 300 | 1 [1,020 | 1,630] 300 [ 06 | 770 | 2,220
30-43HRC 350 | 0.3 | 910 2,500 | 350 | 0.4 | 940 2,250 350 | 0.3 | 710 | 1,950
400 | - = - |40 ] - = - | 400 | - = =
150 | 1.4 |1,520] 3,040 | 150 | 1.9 |1,570 | 2,300] 150 | 1.4 |1,190 | 2,850
Die steel 200 | 1.2 [1,520 | 3,040 | 200 | 1.7 [1,570 | 2,300 200 | 1.2 [1,190 | 2,850
SKD61, SKD11 250 | 1 |1,060 | 2,120 | 250 | 1.3 |1,100 | 1,600 250 | 1 830 | 1,990
(1.2344, 1.2379) 300 | 06 | 990| 2,720 | 300 | 1 |1,020 | 1,630 300 | 0.6 | 770 | 2,120
Below 255HB 350 | 0.3 | 910] 2,500 | 350 | 0.4 | 940 2,250 350 | 0.3 | 710 | 1,950
400 400 400

150 | 1.4 |1,320 | 2,640 | 150 | 1.9 | 1,360 | 2,000] 150 | 1.4 |1,030 | 2,470
, 200 | 12 |1,320 | 2,640 | 200 | 1.7 1,360 | 2,000] 200 | 1.2 [1,030 | 2,470
Stagbesssfojee' JC8015 [ 250 | 1 920 | 1,840 | 250 | 1.3 | 950 1,390| 250 | 1 720 | 1,730

Without
Below 25018 | et 17300 | 0.6 | 860 | 2,360 | 300 | 1 880 | 1,400] 300 | 0.6 | 670 | 1,840

350 | 0.3 790 | 2,170 [ 350 | 0.4 820 | 1,970 350 | 0.3 620 | 1,700

400 | - | - | - |40 - | - - |40 - | - | -

100 | 1 [1,070] 1,670 | 100 | 1.2 |1,100 | 1540 100 | 1 | 830 | 1,710

sl dle 150 | 0.8 1,070 1,870| 150 | 1 |1,100 | 1,540 150 | 0.8 | 830 | 1,710

200 | 06 | 750 3,740| 200 | 0.8 | 770 | 1,120 200 | 0.6 | 580 | 1,390

e S| DH108 7280 | 03 | 700 2,100 250 | 05 | 710 1,700] 250 | 0.3 | 540 | 1620

40.50HRC 300 | 0.2 | 640 2170 | 300 | 03 | 660 1,650 300 | 0.2 | 500 | 1,980

30 | - | - | - [0 - | - | - &0 - | - | -

150 | 14 | 1,450 | 3,980 | 150 | 1.9 |1,600 | 3,000 150 | 1.4 |1,130 | 3,660

Gray & Nochier 200 | 1.2 1,450 | 3,980 | 200 | 1.7 |1,500 | 3,000] 200 | 1.2 |1,130 | 3,660

250 | 1 |1,010| 2,020 | 250 | 1.3 |1,050 | 1,500 250 | 1 | 790 | 1,900

cocod | PH193 "s00 | 06 | 'e40| 3520 300 | 1 | 70 2700 300 | 0.6 | 730 | 2400

Below 300HB 350 | 0.3 | 870 3260 | 350 | 04 | 900 | 2,880 350 | 0.3 | 680 | 2,150
400 | - 4200 | - 400 | -

150 | 1.6 |5,500 |15,000 | 150 | 2.1 |5,500 |12,000) 150 | 1.6 |4,300 |14,000
200 | 1.4 5,500 15,000 | 200 | 1.9 |5,500 |12,000{ 200 | 1.4 |4,300 |14,000

Aluminium alloy
AS052, A7075 F705 250 | 1.2 4,900 17,000 | 250 | 1.5 |4,900 |13,600{ 250 | 1.2 |3,850 |16,000
s 300 | 0.8 [4,300 /15,000 | 300 | 1.2 |4,300 [12,000] 300 | 0.8 |3,350 |14,000

350 | 0.6 |4,000 |14,000 | 350 | 0.6 |4,000|11,200{ 350 | 0.6 |3,150 |13,000
400 | 04 |3,650 13,000 | 400 | 0.4 |3,650 |10,400] 400 | 0.4 |2,900 |13,000

£: Overhung length, @p: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed spee

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vf.
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Bl RECOMMENDED CUTTING CONDITIONS /HIGH SPEED MACHINING %
@ FACE MILL - FINE PITCH TYPE =i
Tool dia. (mm) (Insert type) %
Work Insert 63/66 (R8) 80 (R6) 80 (R8)
Materials |Grades No. of teeth 5N No. of teeth 7N No. of teeth 6N
£ ap n Vi L ap n Vi 4 ap n Vi
(mm) | (mm) | (min?) | (mm/min) [ (mm) | (mm) | (min7) |(mm/min)[ (mm) | (mm) | (min") |(mm/min)
150 | 1.9 [1,270] 2,350 | 150 | 1.4 | 970 2,720[ 150 | 1.9 | 980 | 2,180
Carbon steel 200 | 1.7 [1,270 | 2,350 | 200 | 1.2 | 970 2,720 200 | 1.7 | 980 | 2,180
S50C, S55C 250 | 1.3 | 890 1,650 | 250 | 1 680 | 1,900 250 | 1.3 | 690 | 1,530
(C50, C55) 300 | 1 830 | 1,600 | 300 | 0.6 | 630 2,030 300 | 1 640 | 1,490
Below 250HB 350 | 04 | 760 2,280 | 350 | 0.3 | 580 1,870 350 | 0.4 | 590 | 2,120
400 | - = - | 400 - = — | 400 | - = =
150 | 1.9 [1,220] 2,250 | 150 | 1.4 | 920 2,580] 150 | 1.9 | 940 | 2,090
Mold steel 200 | 1.7 [1,220 | 2,250 | 200 | 1.2 | 920 2,580 200 | 1.7 | 940 | 2,090
HPM7, PX5, 1 JC8015 | 250 | 1.3 | 850 1,570 | 250 | 1 640 | 1,790| 250 | 1.3 | 660 | 1,470
NAKBO, P20~ witnout [~3557T 4 790 | 1580 | 300 | 06 | 600 1,930 300 | 1 610 | 1,460
(1.2311, P20) chipbreaker > - ) )
30-43HRC 350 | 04 | 730 2,200 | 350 | 0.3 | 550 1,770 350 | 0.4 | 560 | 2,030
400 | - = - |40 ] - = - | 400 - = =
150 | 1.9 [1,220] 2,250 | 150 | 1.4 | 920 2,580] 150 | 1.9 | 940 | 2,090
Die steel 200 | 1.7 [1,220 | 2,250 | 200 | 1.2 | 920 2,580 200 | 1.7 | 940 | 2,090
SKD61, SKD11 250 | 1.3 | 850 1,570 | 250 | 1 640 | 1,790 250 | 1.3 | 660 | 1,470
(1.2344, 1.2379) 300 | 1 790 | 1,580 | 300 | 0.6 | 600 | 1,930 300 | 1 610 | 1,460
Below 255HB 350 | 0.4 | 730] 2,200 350 | 0.3 | 550 1,770| 350 | 0.4 | 560 | 2,030
400 400 400

150 | 1.9 |1,050 | 1,940 | 150 | 1.4 | 800 | 2,240[ 150 | 1.9 | 810 | 1,800
, 200 | 1.7 |1,050 | 1,940 | 200 | 1.2 | 800 2,240] 200 | 1.7 | 810 | 1,800
Stagbessssojee' JC8015 | 250 | 1.3 | 730 1,440 | 250 | 1 560 | 1,570| 250 | 1.3 | 570 | 1,370

Without
= O 680 | 1,360 | 300 | 0.6 | 520 1,680] 300 | 1 530 | 1,270

350 | 0.4 630 | 1,890 350 | 0.3 480 | 1,550 350 | 0.4 490 | 1,760

400 - | - | - |40 - | - - |40 - | - | -

100 | 1.2 | 840] 1,470| 100 | 1 | 640] 1,540 100 | 12 | 660 | 1,390

sz e 150 | 1 | 840| 1,470| 150 | 0.8 | 640 1540 150 | 1 | 660 | 1,390

200 | 0.8 | 590 1090 | 200 | 0.6 | 450 | 1,260 200 | 0.8 | 460 | 1,020

e S| D103 7280 | 0.5 | 550 1:320 | 250 | 03 | 420| 1.470] 250 | 05 | 430 | 1,240

40.50HRC 300 | 0.3 | 510 1270| 300 | 02 | 380 1,750| 300 | 0.3 | 400 | 1,200

30 | - | - | - [0 - | - | - &0 - | - | -

150 | 19 | 1,160 | 2,900 | 150 | 14 | 880 3,320 150 | 1.9 | 900 | 2,700

oy el 200 | 1.7 1,160 | 2,900 | 200 | 12 | 880 3,320] 200 | 1.7 | 900 | 2,700

250 | 1.3 | 810 1980 | 250 | 1 | 620 | 1,740 250 | 1.3 | 630 | 1,800

cacod, | PH193 'so0 | 1~ | 750 2600 300 | 06 | 570 2180 300 | 1 | 590 | 2480

Below 300118 350 | 04 | 700 2800 | 350 | 03 | 530 | 1,950 350 | 04 | 540 | 2,590
400 400 400

150 | 2.1 ]4,300 |11,800 | 150 | 1.6 |3,600 |13,800| 150 | 2.1 |3,600 |11,900
200 | 1.9 |4,300 /11,800 [ 200 | 1.4 |3,600 |13,800] 200 | 1.9 |3,600 |11,900

Aluminium alloy 250 | 1.5 |3,850 [13,500 | 250 | 1.2 3,200 |15,600| 250 | 15 |3,200 13,400
Acos2, A1075 | FZ05 17300 | 1.2 13,350 11,700 | 300 | 0.8 |2.800 |13.700] 300 | 1.2 |2.800 |11.750

350 | 0.6 |3,150 |11,000 | 350 | 0.6 | 2,600 12,700 350 | 0.6 |2,600 |11,000
400 | 0.4 |2,900 /11,000 [ 400 | 0.4 |2,400 |12,600| 400 | 0.4 |2,400 |10,800

£: Overhung length, ap: Axial depth of cut, N: Spindle speed, Vf: Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed spee

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vf.
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§ M CASE STUDIES
(-5} 1. Forged carbon steel. _ | Partname Parts
'E g Material SF700
= Hardness 290~325HB
< | Tool No. HDM-3050-16R
= | Insert No. RDMW1606MOT (JC8015)
Cutting Speed 800 (min"), 125(m/min)
é Feed Speed 200 (mm/min), 0.25(mm/rev)
g | Depth of cut 0.2(mm)
« | Tool life is 7 times longer than competitor’s tool. Eu Width of cut 20~30 (mm)
S | SUPER DIEMASTER: 30 pieces £ Coolant Ol
8 Competitor’s tool: 4 pieces ] l
B | it also reduces machining time by 25% Machine Vertical MC
2. Semi-finishing of stainless steel. . | Partname Turbine Blades
i £ | Material Stainless steel (SUS420)
= Hardness 280HB
— ' < | Tool No. SDH-2200-R07-M10
‘ / = | Insert No. RDMWO7T2MOT (JC8015)
( - Cutting Speed | 3,200 (min™), 200 (m/min)
! £ | Feed Speed 1,920 (mm/min), 0.3(mm/rev)
b € | Depth of cut 0.3(mm)
= | Even after machining 100 blades, inserts £ Width of cut 0.5 (mm)
E have less wear and less vibrations than the g Coolant Wet
e | competitor’s. NEETe Vertical MC
3. Cutting of welded part. . Part name Cam
ISO Standard S | Material SKD11+Welding 62
m Insert thickness Hardness HRC
4.76mm
| = | Tool No. HDM-3050-16R
w puper Diemaster | # | Insert No RDMW1606MOT (JC8015)
6.0mm Cutting Speed 1,000 (min™"), 157 (m/min)
£ | FeedSpeed | 500(mm/min), 0.5(mm/rev)
a= | ISO standard insert was getting chip-off on g Depth of cut 1(mm)
a welded area but HDM insert could cut without = Width of cut 27 (mm)
@ [ chatter and chip-off. £
= | o0l Iife was improved 1.5 times. 3 Coolant Dry
Machine Vertical MC 22 KW
4. Cutting of die casting mold. _ | Partname Die Casting Mold
S | Material SKT4
. Hardness 36~42HRC
~ | ToolNo. HDM-4080-12R
%‘ £ [ nsertNo. RDMW1204MOT (JC8015)
\ | Cutting Speed | 450 (min"), 115 (m/min)
S | Feed Speed 1,400 (mm/min), 3(mm/rev)
€ | Depth of cut 1.5~2.0(mm)
2= | Itis observed that HDM Cutter cycle time is 5 Width of cut 50(mm)
& | reduced by 20% and tool life is improved by 1.3 £ Coolant Dr
@ | times compared with competitors. Feed speed ® y
s improved from 1,100mm/min to 1,400mm/min. Machine Vertical MC
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Applicable range is from soft material to welded and [ grdlbmq [ <7
hard material. For high efficiency and longer tool life. ‘

Copy Milling il Slotting
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1. Smooth and calm cutting and low cutting force at higher feed rate.
Cutting force is reduced by 25% compared with conventional type. This is
achieved by using a positive style insert with chipbreaker groove and edge
notches. Double insert desgin gives smooth cutting action and excellent cutting.

2. Plunge cutting is possible because of better crack resistance on
nose cutting nose portion.
Providing sub chip pocket at spiral nose cutting edge ejects chips
smoothly and improves crack-resistance (except for Semi-finishing
insert -H type)

3. Reliable insert location and improved security for heavy
operations.
By providing key on the back face of insert and cutter body, insert
movement is prevented. Impact of cutting load is secured.

4.
Special surface harding treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure

insert pocket and holder against thermal deformation. Improved body durabilty and tool life by 30% or more. Make it
difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

Insert Series Expansion

Available now 3 type inserts suitable for various uses:
(@ Low Cutting Force (@ Welded & Hardened Material (3 Semi-Finishing

@ Inserts for low cutting forces (-N type)

1. 15% reduced cutting force compared with regular type.
More smooth and calm cutting is possible.

2. 1.7 times longer tool life than conventional tool.

3. Chip breaking & ejection are improved by adopting notches on the cutting edge.

Il CUTTING PERFORMANCES
Completely breaking chips by notch
Body: SWBS5060C508 Il CHIPS COMPARISON
(¢50)
Material.  SKD11(217HB) Down cut Up cut
Cutting: n=1,350min"! Main blade S)(féblade lblein blade| Sub blade
Conditions: f=0.6mm/rev
ae=10mm SWB-N type
ap=10mm (New type)
Smooth
cutting
SWB type
(Conventional
type)

Not completely breaking chips by notch
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@ CUTTING FORCE COMPARISON @ TOOL LIFE COMPARISON g
Material: SKD11 (217HB) Tool dia.: ¢ 50mm Material: SKD11 (217HB) «
Nn=1,082min"' Vc=170m/min Vf=650mm/min f=0.5mm/rev Nn=1,350min"" Vc=212m/min Vf=810mm/min f=0.6mm/rev
ap=10mm ae=10mm Down cut ap=10mm ae=10mm Down & Up cut Air Blow
(N)
20,000 0.8 Niype
18,000 s 3 (104) (JCB040)
16,000 — & (100) 3% (94) = 0.7 ®
14,000 £ 0.6 Z?S%i;) t)ype
12,000 & os .
10,000 =
8,000 é 0.4 Competitor A
6,000 = 03
4,000 g - )
2,000 0.2 Competitor B
0
% Regular type insert: 100 0.1
| N type Regular type | Competitor A | Competitor B 0 5 10 15 20 25 30
[Muanbace] 5800 | 7525 [ 6454 | 7.783 Cutiing length (m)
|.Sub blade | 7,901 8,524 8,671 8,925 v
4
Compared with regular type insert, -N type insert Compared with regular type insert, -N type insert
(for low cutting forces) reduced cutting force by 15%. (for low cutting force) improved tool life by 1.6 times
@ Insert for welded & hardened steel (-W type)
1. Improved insert strength and achieved longer tool life.
2. Suitable for welded & hardened steel (over 50HRC)
® Insert for semi-finishing (main blade -H type)
1. Main blades -H type for semi-finishing are available for ¢ 20mm, ¢o25mm and ¢ 30mm.
In case of using -H type blade, please confirm the grade of both the inserts. It should be
the same grade.
2. Able to use for semi-finishing by improving nose radius accuracy.
Do not recommend to use for roughing.
@ INSERT COMPARISON
SWB-HM type SWB-HM-H type
Regular type For Semi-finishing
R min. 14.906 R min. 14.938
R max. 14.981 R max. 14.983
—0.05mm 180° ~0.05mm 180°
R14.95 +0.05mm R14.95 +0.05mm
Radius form accuracy on body
Large gap off the center Small gap off the center

Regular type
SWB-HM type -

For Semi-finishing
— SWB-HM-H type - —
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I
H BODY
No. of inserts Dimensions (mm)
Type Cat. No. R Lo | 5o Fig.
o |g8| 38 J%% R |@Dc| £ | L2 | &s | L | &1 |@Di| On |pDs| Md
SWB-20080S-S20| @ | 1| 1 2 30 | 80|80 160 — |18.7] - 20 | — 1
SWB-201208-S20| (1| 1| 1 2 30 (120 | 80 |200| — |18.7| - 20 | — 1
SWB-20170S-S20| 1 | 1| 1 2 10l 20 30 |[170| 80 [250| — [18.7| - 20 | - 1
~ | SWBS2030825 @ | 1|1 2 30 | 80 [100 | 180 | 40 [18.7| 3°30'| 25 | — 2
:%% SWBM2030825 ®| 1 1 2 30 | 100|100 [200| 40 (18.7| 2° |25 | — 2
5 |swBS2018825 |@| 1| 1 | - 18 | 70 | 90 |160| 30 18.7| 3°30| 25 | — | 3
(%5 SWBS2535832 ®| 1 1 2 35 | 80 |100 [180| 50 [238.5| 7° |32 | — 2
SWBM2535832 @ 1 1 2 |12.5| 25 | 35 | 100 (100 |200| 50 23.5| 4° |32 | — 2
SWBS2522832 @®| 1 1 - 22 | 70 | 90 |160| 35 |235| 6° |32 | — 3
SWBS3242832-G | @ | 1| 1 2 ol o 44 | 60 (120 |180| — |29.9, - 32 | - 1
SWBM3242832-G| @ | 1| 1 2 44 | 60 (160 |220| — |29.9| - 32 | - 1

Note) 1) All cutters are supplied without inserts Modular Head Type

2) Please refer page C167-C171 for recommended cutting
conditions and refer page C170 for machined form.
3) Please refer page C164 for selection of inserts.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




Tooling by DIJET

‘SWinH Ball SWBryre \

Il PARTS
Clamp Screw Wrench Inserts
Applicable | a'su piade | pheral blade | & sub biade | pherel biade | Main blade swolge | PR
Holders
®Dc v e =
@ / Q) NCA O
SWB220HM | SWB220HS
SWB220HM-H |, SWB220HS |
(p20 DSW-307H| ESW-206 A-10 A-08SD [(For semi-finishing) | grade of main blade) ZCMT100308R
SWB220MMW | SWB220MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB225HM | SWB225HS
SWB225HM-H | SWB220HS
®25 DSW-4085 ESW-206 | A-15 A-08SD  |(For semi-finishing) |~ grade of main blade) | ZGMT100308R
SWB225MMW | SWB225MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB232HM-G | SWB232HS-G
»32 TSW-511 | ESW-206 | A-20 A-08SD |SWB232MMW-G| SWB232MSW-G |ZCMT100308R
(For welded & (For welded &
hardened steel) hardened steel)

Note) 1. In case of using main blade -H type for semi-finishing, be sure to use

the same grade for sub blade.

2. In case of using -N type for low cutting force, be sure to use the same
notched inserts (-N type) for main blade and sub blade.

Clamp Screw

Recommended torque
(N-m)

DSW-307H

1.8

DSW-4085

3.6

TSW-511

5.5

ESW-206

0.9
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(2]
E ‘Swing Ball SWBrTvyre \
®
% Straight Shank Type
=§ Fig.2
E L 6n fn
% eyl k3 ]
R 21
02 s s
L L
H BODY
No. of inserts Dimensions (mm)
‘é Cat. No. Sl el oo |Ee Fig.
= 5|58 38 ‘%g R |oDc| £ | 22 | 8s | L | &1 |@D1] On |pDs Md
SWBL2030S25 oft1, 12 30 | 100| 150|250| 40 [18.7] 2° |25 | — | 2
SWBL2030S32 o112 30 | 100| 150|250 | 40 |18.7/5°30" | 32 | — | 2
SWBE2030S32 Oof1]1 ]2 30 | 110|190 |300| 40 [18.7/4°30' | 32 | — | 2
SWBM2018S25 |@|1| 1 | — | 10| 20 | 18 | 100|100 200| 30 [18.7] 2° |25 - | 3
SWBL2018S25 Ol 1 |- 18 | 110|140|250| 30 |18.7/1°30" | 25 | — | 3
SWBL2018S32 o1 1]- 18 | 110 140/ 250| 30 |18.7 4° |32 | — | 3
< | SWBE2018S32 ®| 1| 1]|- 18 | 120 180|300| 30 |18.7/3°30" | 32 | — | 3
;%j SWBSS2535825 |@ |1 | 1 |2 3 | 70| 80|150| — (235 - |25 | - | 2
f%’ SWBML2535825 | 1|1 1 |2 35| 70/150|220| - |235 - |25 | - | 2
& | SWBL2535532 o112 35 | 110| 140|250 | 50 |23.5/3°30" | 32 | — | 2
SWBE2535532 @ |1 1 2 |[125 25 35 |120|180|300| 50 |23.5| 3° |32 | — | 2
SWBM2522832 | 0|1 | 1 | - 22 | 100|100 |200| 35 |23.5) 3° |32 | — | 3
SWBL2522S832 ®| 1| 1]|- 22 | 110| 140|250 35 |23.5/2°40" | 32 | — | 3
SWBE2522S532 o1 1 |- 22 | 120|180 |300| 35 |23.5/2°20" | 32 | — | 3
SWBL3242S32-G |@ |1 | 1 |2 16 | 32 44 | 60|190|250 — |29.9] - |32 | - | 2
SWBE3242S32-G (@ |1 | 1 | 2 44 | 60|240(300| - |299] - |32 | - | 2

Note) 1) All cutters are supplied without inserts Modular Head Type

2) Please refer page C167-C171 for recommended cutting
conditions and refer page C170 for machined form.
3) Please refer page C164 for selection of inserts.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




Tooling by DIJET

8winH Ball SWBryrE
l PARTS
Clamp Screw Wrench Inserts
APPiCals | ST | s o S o | Mot | swomse | "y
olaers
¢@Dc 7 ===
& |22 @ = [
SWB220HM | SWB220HS
SWB220HM-H | SWB220HS
®20  |DSW-307H| ESW-206 | A-10 | A-08SD |(For semifinishing) |64t e bade) | ZCMT100308R
SWB220MMW | SWB220MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB225HM | SWB225HS
SWB225HM-H | SWB225HS
@25 DSW-4085/ ESW-206 | A-15 | A-08SD |(For semifinishing) \°62¢2 el et ity | ZOMT100308R
SWB225MMW | SWB225MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB232HM-G | SWB232HS-G
32 TSW-511 | ESW-206 | A-20 | A08SD |g momon -Gl SWB232MSW-G | ZCMT100808R
(For welded & (For welded &
hardened steel) hardened steel)
Note) 1. In case of using main blade -H type for semi-finishing, be sure to use Clamp Screw | Recommended oraue

the same grade for sub blade.

2. In case of using -N type for low cutting force, be sure to use the same
notched inserts (-N type) for main blade and sub blade.

DSW-307H 1.8
DSW-4085 3.6
TSW-511 5.5
ESW-206 0.9
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(7]
=8 |Swing Ball SWBTyrE
2
r—3 MT Shank Type/Weldon Shank Type /BT Shank Type
=
'g Fig.8
= | 2 MT. No. ‘ —ET on
] y X 7 o ©
. 8 I [ Yk 1 SWE-20100AITS, { S L
S = | S Lo SWB-40090-MT5 . 5
R Md R 01
22 Ls 02
L
H BODY
No. of inserts Dimensions (mm)
() —
% Cat. No. E 8l o8 Eg Flg
= ®|28|33| a8 R |@Dc| £ |22 | 8%s| L | &1 |@D1/On|@Ds| Md
o
SWB-20070-MT3 [ |1 |1 |2 10| 20 30| 70| 86|156| 40 |18.7| 4° |MT3 |M12x175| 8
SWB-20100-MT3 |11 |2 30 (100 86| 186| 40 |18.7| 2° | MT3 |Mi2x175| 8
SWB-25070-MT3 |0 |11 | 2 12.5 25 35| 70| 86|156| — |23.5 — |MT3 |Mi2x175| 8
SWB-25100-MT3 |0 |11 | 2| 35(100| 86| 186| — |23.5| — |MT3 |mix175| 8
X
§ SWB-32070-MT4-G| O [ 1|1 | 2 16| 32 44| 70/109|179| — |30.4| — |MT4| Miex2 | 8
Z | sWB-32100-MT4-G| 1 [ 1 | 1 | 2 44 1100| 109|209| — [30.4| — |MT4| miee | 8
R
(‘7{ SWB-40090-MT4 | O |1 /1|2 20| 40 50 | 90| 109|199| — |36.9) — |MT4| miex2 | 8
SWB-40090-MT5 |C0|1 /1|2 50 | 90| 136|226 |66.8/36.9| 8° | MT5 | M20x2.5 | 8
SWB-50100-MT5 |11 ]2 60 |100| 136|236| — |46.8) — |MT5 | M20x25| 8
SWB-50120-MT5 (O |1 |1 |2 25 | 50 60 [120| 136|256 — |46.8] — |MT5|M20x25| 8
SWB-50150-MT5 [0 |1 |1 |2 60 [150| 136|286 — |46.8] — |MT5|M20x25| 8
SWB-50170-MT5 || 1|1 | 2 60 |170| 136 |306| — |46.8 — |MT5 | M20x25 | 8

Note) 1) All cutters are supplied without inserts Modular Head Type

2) Please refer page C167-C171 for recommended cutting
conditions and refer page C170 for machined form.
3) Please refer page C164 for selection of inserts.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




Tooling by DIJET

SwinH Ball SWBTyrE
Il PARTS
Clamp Screw Wrench Inserts
Aaplligable 850 biadis | pheral blade | & sub biad | pheval biade | Main blade Subblade | RS
olders
(PDC T = TS N
& / & | O
SWB220HM SWB220HS
SWB220HM-H| SWB220HS
©20  |DSW-307H| ESW-206 | A-10 | A-08SD |(For semi-finishing) |34 s niin 5] ° | ZGMT100308R
SWB220MMW | SWB220MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB225HM SWB225HS
SWB225HM-H| SWB225HS
@25 DSW-4085| ESW-206 | A-15 | A-08SD |(For semifinishing)| G et o va it * | ZCMT100308R
SWB225MMW | SWB225MSW
(For welded & (For welded &
hardened steel) hardened steel)
SWB232HM-G | SWB232HS-G
32 TSW-511 | ESW-206 A-20 A-08SD - -
@ SWB232MMW-6 SWB232MSW-G | 2cmT100308R
hardened steel) hardened steel)
SWB240HMN | SWB240HSN
@40  |TSW-G14H ESW-406 | A-25 | A-15 |SWB240MMW | SWB240MSW | SPEA090304
(For welded & (For welded & | SPMA090304
hardened steel) hardened steel)
SWB250HMN-N|SWB250HSN-N
(For low cutting (For low cutting
®50 HSW-614H CSW-510 | A-30 A-20 force) force) IM-SP43GS
SWB250MMW | SWB250MSW
(For welded & (For welded &
hardened steel) hardened steel)

Note) 1. In case of using main blade -H type for semi-finishing, be sure to use

the same grade for sub blade.

2. In case of using -N type for low cutting force, be sure to use the same
notched inserts (-N type) for main blade and sub blade.

Clamp Screw Recomn}i‘rlcis)d torque
DSW-2563H 0.9
DSW-307H 1.8
DSW-4085 3.6
TSW-511 5.5
TSW-614H 7.5
HSW-614H 7.5
ESW-206 0.9
ESW-406 31
CSW-510 5.5
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Tooling by DIJET

I INSERTS

=2
S
f—
=
=
]
>
D
=
=

Il SWB-H type

Il SWB-N type (For low cutting forces)
(Main blade for semi-finishing)

1. -N type insert for low cutting forces.

Suitable for heavy roughing. T Jeg 1. -H type semi-finishing main blade for
2. Reduced cutting forces compared with regular type by 15%. ®20, 25, 30
More smooth and calm cutting is possible. 2. For use in semi-finishing only.

(Not recommended for Roughing)

Fig.1 (Main blade for low cutting forces) Fig.2 (Sub blade for low cutting forces) Fig.3 (Main blade for semi-finishing)

;
i
N
B

f—2A

Fig.4 (Main blade) Fig.5 (Main blade) Fig.6 (Sub blade) Fig.7 (Sub blade)
R R
- - :
1 T A | 11- !T A ‘ T A
Fig.8 (Main blade for welded Fig.9 (Sub blade for welded & Fig.10 (Peripheral blade) Fig.11 (Peripheral blade)

& hardened steel) hardened steel)

=~

@

lan)
fHlo
T

r J—L A

I- @3 B H-

Fig.12 (Peripheral blade)




. Tooling by DIJET

-

‘Swing Ball SWBrvyre \ 2

5

(=2

B INSERTS )

PVD coated Dimensions (mm) §|

Cat. No, We |E E E E S| R | A | B | T r | F9 B

S S S S S

SWB220HM e ° ° 158 | 99 13.65| - 4
SWB220HM-H | pjace 0 6 |99 |365|] - | 3
SWB220MMW ([ ] 10 |15.8 99 | 3.65 - 8
SWB220HS Sub [ J () 20 8.2 3.65 - 6
SWB220MSW blade ® 20 82 365 | - 9
SWB225HM ) (] () 185 [12.4 | 3.8 - 4
SWB225HM-H | jrop O 189 |124 |38 | - | 3
SWB225MMW (] 12.5 185 124 3.8 = 8
SWB225HS Sub o [ J 23.8 |105 | 3.8 - 6
SWB225MSW blade o 23.8 (105 | 3.8 — 9
SWB232HM-G Main o [ ] 26 16 5.35 - 4
SWB232MMW-G | Plade () 16 26 16 5.35 - 8
SWB232HS-G Sub o o 31.7 [13.9 5.35 - 6
SWB232MSW-G | blade (] 317 139 |535| - 9
SWB240HMN Main o [ ] 30.4 |20.8 | 6.85 - 5
SWB240MMW blade O 20 30.4 |20.8 6.85 - 8
SWB240HSN Sub [ J o 375 |16.3 |6.85 - 7
SWB240MSW blade O 375 /163 |6.85 | - 9
SWB250HMN-N Main () [ ] 344 |257 |7 - 1
SWB250MMW blade () o5 [344 [257 |7 - 8
SWB250HSN-N Sub [ J [ J 426 [20.8 7 - 2
SWB250MSW blade (] 426 |208 |7 = 9
SPGA090304 o 9.525| 9.525/ 3.18 | 0.4 10
SPMA090304 Peripheral | @ O _ 9.525| 9.525/ 3.18 | 0.4 10
IM-SP43GS blade O ° 12.70 [12.70 | 476 | 0.8 | 11
ZCMT100308R [ J () 10.4 6.35 | 3.4 0.8 12

10 inserts per case, but main blade (R20, R25) and sub blade (R16, R20, R25) are packed in 5pcs. per case.

Note) 1. Please refer page C167-C171 for recommended cutting conditions and refer page C170 for
machined form.
2. In case of using main blade -H type for semi-finishing, be sure to use the same grade for sub blade.
3. In case of using -N type for low cutting force, be sure to use the same notched inserts (-N type) for
main blade and sub blade.

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }




Tooling by DIJET

(2]
=3 |Swing Ball SWBrvyre
—_
=
ﬁ Il CASE STUDIES
s 1. High feed machining.
'g . Part name Stamping die
= Ry g Material SX105V (Toolsteel) (Roughing)
Lo o Hardness —
1] ez ‘ = | ToolNo. SWB-50100-MT5
S - = Grade SWB250HMN-N, SWB250HSN-N, JC5040
2.7m ve, (n) 2,000 (min-'), 314 (m/min)
g VA, (f2) 1,200 (mm/min)
18m : | apmm 10 (mm)
= | Low cutting force, no chipping occured and é de (mm) 8 (mm)
Z comple.ted one complete die as shown above E Coolant Dry cut
e | by oneinsert Machine Double column MC
2. Improved tool life by JC8015 (Two times longer life)
Part name Stamping die
E Material Alloy cast iron (GM241)
Hardness 260-320HB
s Tool No. SWBS5060C508
= Grade SWB250HMN-N, SWB250HSN-N, JC8015
Ve, (n) 1,215 (min™"), 191 (m/min)
£ VA, (f2) 560 (mm/min)
E ap (mm) 20 (mm)
= Heavy roughing of material GM241. Current é’ de (mm) 12 (mm)
g |oeizmveriowcommaterzious. | 5 [ Gogant__| Diy ut
after 2 hours and 2 times longer tool life. Machine Double column MC
3. Machining welded part
ICD5+Welded part Part name Stamping die
.;E Material Cast steel (ICD5) + welded part
Hardness 58HRC
= Tool No. SWBS5060C508
Top view Side view | * Grade SWB250MMW, SWB250MSW, JC8015
Ve, (n) 1,215 (min'), 191 (m/min)
E Vi, (fz) 420 (mm/min)
g apmm 1~3 (mm)
§ After machining of welded and hardened E e (mm) 6 (mm)
2 | stamping die for 40 mins, inserts were still in = Coolant Dry cut
&= | good condtions. Machine Double column MC
4. Machining pierce die (Higher feed and longer tool life)
Part name Stamping die
S E | Materil SKD11
Hardness 58-60HRC
= Tool No. SWBM3040S32
= Grade SWB230MMW, SWB230MSW, JC8015
Side view of die Ve, (n) 1,000 (min™"), 94 (m/min)
£ VA, (f2) 300 (mm/min)
g ap (mm) Max 3 (mm)
+ | After machining 1 die, exsisting tool edge got §= Qe (mm) 3~5(mm)
B | oo reanesoraoeir 18 [ coant | Drycu
50% and could machine another 3 dies. Machine Double column MC




B oling by DIET

— ¥ =
Swing Ball SWBrvee | B
>
=7
Il RECOMMENDED CUTTING CONDITIONS FOR SWING BALL ¢ 50mm (3]
—|
o
=)
7
Type of Machining
Work Insert Cutting , . Shoulder
Materials | Grades |conditions| Sotting Shoulder milling | yjjiing (Deep)
Medium N (min”) 1,500 1,500 1,500 1,200
carbon steel Vi (mm/min) 720 1,000 680 420
S50C, S55C )
(C50 ,C55) JC5040 ap (mm) 15 10 25 40
150725018 ge (mm) - 10 15 10
Cast steel N (min') 1,350 1,350 | 1,350 1,100
GM190, ICD5 JC5040 Vf (mm/min) 650 900 600 380
sozeahe | J08015 1 ap 15 10 25 40
ae (mm) — 10 15 10
ST N (min") 1,250 1,250 1,250 1,000
SKD11, SX105V Vt (mm/min) 550 750 500 300
et L 15 10 25 40
Ae (mm) - 10 15 5
e i N (min") 1,200 1,200 1,200 —
us
4g_52§,ﬁ§)c -MOW type insert) 249 ) ~6 ~5 = -
ae (mm) = 6 10 =
Welded & N (min”) 1,200 1,200 = -
Har%e£8?1steel JC8015 Vi (mm/min) 360 400 = =
(1.2379) (Recommend to use| ap (mm) ~3 ~3 = —
55-63HRC -MOW type insert) ae (mm) _ 6 _ _
G " N (min”) 1,500 1,500 1,500 1,200
e Jcgo15 | Vimmmin 970 1,400 900 480
GG25
160 S6001E i) 15 10 25 40
8e (mm) = 10 15 10
NS N (min") 1,300 1,300 1,300 1,050
FCD700, GM241 JC8015 Vi (mm/min) 700 1,000 650 370
GGG70
Jaaar), ap (mm) 15 10 25 40
ae (mm) — 10 15 10

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, Qe: Pick feed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow




Tooling by DI, -

%) r .
=8 |Swing Ball SWBryre
2
% Il RECOMMENDED CUTTING CONDITIONS FOR SWING BALL ¢ 40mm
>
=
=
Type of Machining
Work Insert Cutting , . Shoulder
Materials | Grades |conditions| S°tting Shoulder milling | jjiing (Deep)
Medium N (min") 1,850 1,850 1,850 1,500
carbon steel Vi (mmmin) 800 1,070 740 480
S50C, S55C :
(C50 ,C55) JC5040 ap (mm) 12 10 20 35
150-250HB Py — 3 12 3
Cast stoel N (min) 1,670 1,670 | 1,670 1,340
GM190, ICD5 JC5040 Vf (mmfmin) 720 960 670 420
o Fofggqggm ap (mm) 12 10 20 35
ae (mm) - 8 12 8
e cteol N (min’) 1,560 1,560 | 1,560 1,250
SKD11, SX105V Vf (mm/min) 620 810 560 350
15%1-'2?5573)90 HAREE ap (mm) 12 10 20 35
ae (mm) — 8 12 4
e i N (min”) 1,200 1,200 1,200 —
SKD61, DAC (Rec‘igr?gl 2 o Vi (mm/min) 420 540 420 -
4g_52§,ﬁ§)c -MOW type insert) 249 ) ~5 — ~6.5 -
de (mm) — 5 8 -
Welded & N (min) 1,000 1,000 = -
Hardseé]S%steel JC8015 Vf (mm/min) 300 350 = -
(1.2379) (Recommend to use| ap (mm) ~3 ~3 = —
55-63HRC -MOW type insert) ae (mm) — 5 _ _
G " N (min-') 1,850 1,850 1,850 1,500
A JC8015 | Vimim 1,100 1,500 1,000 570
GG25
a6 ap (mm) 12 10 20 35
ae (mm) - 8 12 8
Nodular cast iron  (min) 1,650 1,650 1,650 1,320
FCD700, GM241 Jc8o15 Vit (mm/min) 830 1,100 760 450
GGG70
1(70—300H)B dp (mm) 12 10 20 35
ae (mm) — 8 12 8

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, Qe: Pick feed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow




B oling by DIET

Swing Ball SWBryre
Il RECOMMENDED CUTTING CONDITIONS FOR SWING BALL ¢ 32mm
Type of Machining
Work Insert Cutting , . Shoulder
Materials | Grades |conditions| S°tting Shoulder milling | ijjing (Deep)
Medium N (min") 2,300 2,300 2,300 1,800
carbon steel Vi (mmjmin) 800 1,020 770 450
S50C, S55C ]
(C50,C55) JC5040 ap (mm) 10 10 16 28
150-250HB Py — 6 5 B
Cast steo! N (min") 2,090 2,090 | 2,090 1,670
GM190, ICD5 JC5040 Vf (mm/min) 720 920 700 420
e Fofggqggm ap (mm) 10 10 16 28
de (mm) — 6 9 6
Do el n (min) 1,950 1,950 [ 1,950 1,560
SKD11, SX105V Vf (mm/min) 630 810 600 390
2278 dG8040° o o 10 10 16 28
de (mm) — 6 9 3
Hardened steel N (min”) 1,600 1,600 1,600 =
SKD61, DAC (Rec‘iggglg » Vi (mm/min) 400 480 400 —
u
4(8_52344%)0 -MOW type insert) 249 ) ~4 ~4 ~6.5 =
de (mm) — 5 8 —
Welded & N (min~) 1,400 1,400 - _
Har%e£8?1steel JC8015 Vi (mm/min) 280 350 = =
(1.2379) (Recommend to use| a@p (mm) ~3 ~3 — =
55-63HRC -MOW type insert) ae (mm) _ 5 _ _
s " N (min-') 2,300 2,300 2,300 1,840
A JC8015 | Vimmmn 1,140 1,380 1,020 640
GG25
a6 ap (mm) 10 10 16 28
de (mm) = 6 9 6
N N (min-") 2,060 2,060 2,060 1,650
FCD700, GM241 Jc8o15 Vi (mm/min) 890 1,130 820 500
GGG70
1(70—300H)B dp (mm) 10 10 16 28
ae (mm) — 6 9 6

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, Qe: Pick feed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow
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Tooling by DI, -

v r .
=8 |Swing Ball SWBryre
2
% Il RECOMMENDED CUTTING CONDITIONS FOR SWING BALL ¢ 25mm
x
=
=
Type of Machining
Work Insert Cutting , . Shoulder
Materials | Grades |conditions| S1°tting Shoulder milling | jjiing (Deep)
Medium N (min") 2,550 2,550 2,550 2,290
carbon steel Vi (mmmin) 760 890 690 500
S50C, S55C
(C50,C55) JC5040 ap (mm) 6 6 12.5 20
150-250HB o — 5 6.5 E
Cast steol N min) 2,400 2,400 | 2,400 2,160
GM190, ICD5 JC5040 Vi (mmmin) 720 840 640 480
1.7225
e Fofgggggm ap (mm) 6 6 125 20
ae (mm) - 5 6.5 3
R N (min") 2,160 2,160 2,160 1,910
SKD11, SX105V Vf (mm/min) 590 690 540 420
2278 JC5040 oy 6 6 12.5 20
ae (mm) - 5 6.5 3
N N (min-) 1,600 1,600 1,600 —
SN0 IIAC (Rec‘cj)grge(rzl ?o use Vt (mmimin) 350 400 350 =
4g_52g|f1|a)c -MOW type insert) o ) ~3 ~3 ~5 =
de (mm) = 4 5 —
Welded & N (min~) 1,400 1,400 — —
Hardseélgajfteel J0801 5 Vi (mm/min) 280 350 — —
(1.2379) (Recommend to use| ap (mm) ~2 ~2 = —
55-63HRC -MOW type insert) ae (mm) _ 4 _ _
. N min’) 2,550 2,550 | 2,550 2,290
e 108015 | mmimin 1,000 1,150 900 650
GG25
1(:‘50—260IE|B =1 ) 6 6 12.5 20
Ae (mm) — 5 6.5 3
N N (min") 2,400 2,400 2,400 2,160
FCD700, GM241 Jcsoi5 Vit (mm/min) 860 1,000 770 600
GGG70
Jaaar), ap (mm) 6 6 125 20
ae (mm) — 5 6.5 3

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, ae: Pick feed
Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow

B MACHINED FORM BY SWING BALL

@ SWB type @ SWB-H type (For semi-finishing)
D 8 0.5 0.01 10 0.6 0.01

A 10 2.1 0.05 12.5 0.7 0.01
12.5 3.0 0.09 15 0.9 0.01
15 3.3 0.09
16 3.4 0.09
Note) At center point as shown in above 20 4.3 012

figure, material can be left as
mentioned in chart. 25 52 0.14




ing by DIJET

Swing Ball SWBrvyre
Il RECOMMENDED CUTTING CONDITIONS FOR SWING BALL ¢ 20mm
Type of Machining
Work Insert Cutting , . Shoulder
Materials | Grades |conditions| S°ting Shoulder milling | ijiing (Deep)
Medium N (min”) 3,180 3,180 3,180 2,860
carbon steel Vi (mmmin) 890 1,000 800 570
S50C, S55C ]
(C50 ,C55) JC5040 ap (mm) 5 5 10 16
150-250HB P ~ 4 5 5
Cast steel N (min') 3,020 3,020 | 3,020 2,700
GM190, ICD5 JC5040 Vf (mmfmin) 820 920 760 540
1.7225
S | JO0 et | s |0 |
de (mm) - 4 5 2
ST N (min-") 2,700 2,700 2,700 2,390
SKD11, SX105V Vi (mm/min) 680 810 630 480
o, | 69040 [an 5 5 10 16
ae (mm) — 4 5 2
e i N (min) 1,750 1,750 1,750 -
SKD61, DAC (Rec‘igsgl 2 " Vt (mm/min) 350 400 320 -
4g_52g|f1|g)c -MOW type insert) 249 ) ~2 ~2 — -
ae (mm) — S 4 -
Welded & N (min”) 1,400 1,400 = -
Hardseé\(sﬁlfteel JC8015 Vi (mm/min) 280 350 = —
(1.2379) (Recommend to use| ap (mm) ~1 ~1 = —
55-63HRC -MOW type insert) ae (mm) _ 3 _ _
5 " N (min-') 3,180 3,180 3,180 2,860
A 108015 Vi (mm/min) 1,160 1,300 1,040 740
GG25
e ap (mm) 5 5 10 16
ae (mm) = 4 5 2
N N (min) 3,020 3,020 3,020 2,700
FCD700, GM241 Jcso1s Vi (mm/min) 980 1,100 910 650
Lgeng) ap (mm) 5 5 10 16
170-300HB
ae (mm) — 4 5 2
N: Spindle speed, Vf: Feed speed, ap: Depth of cut, ae: Pick feed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow

B MAXIMUM PLUNGING DEPTH AND FEED RATE

Tool dia.: @ Dc (mm)

Materials Max. D.O.C.
Max. Feed rate 20 25 30, 32 40 50
o 4 = 10 15 15
(GG, GGG) f (mm/rev) 0.30 0.40 0.40 0.40 0.40
Elzlast stteelI ap (mm) 3 4 8 10 10
Die steel f (mmirev) 0.25 0.30 0.30 0.30 0.30
Note) In case of using -H type insert (main blade for semi-finishing), plunging is not recommended.
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‘Mirror Ball BNM-Tyre \

1. Ultimate precision indexable ball nose end mill with two effective cutting edge W 'f

Radius form accuracy: within £0.010mm mounted on holder
(Radius form accuracy of insert: within £0.006mm)

2. High precision clamping system
Easy and strong clamping and accurate location mechanism by using the single
precision clamp screw gives high repeatability and rigidity.

3. Full radius insert with improved edge sharpness
Adopted full radius insert is able to reduce vibration even in perpendicular wall milling
and can cut smoothly for intricate shape copy milling with high speed.

4. In case of super finishing application (removal stock below Dc/40), MIRROR RADIUS
Insert can be mounted on MIRROR BALL Bodies.

BNM-S type

(Straight Neck)

Copy Milling Pocket Milling Slotting
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BNM-T type

(Taper Neck)

l BODY
Dimensions (mm) Camp ScrfsrtSWrench Inserts
Cat. No.  [Stock| Fig. “ /'\
R |¢Dc £1|£2 L |pD1pDs|Ok° On° @ / O
= N E
BNMS-060030T-S10 | [ | 2 3| 6|15 | 30| 80| 5.4/ 10 |414’|8°15"|FSW-2005H A-06 |BNM-060..,
BNMS-080035T-812 | [ 18.5| 35| 92 341 7°45'
BNMM-080053T-12| [ | 2 4 | 8 [18.5| 53/110| 7.2/ 12 |2°20"|3°30" |FSW-2506H A-07  |BNM-080..|RNM-080...
BNML-080075T-S12 | [ 18.5| 75/132 1°37'11°30’
BNMS-100035T-812 | [ 21 | 35| 92 1°55'| 5°45'
BNMM-100053T-812| [ | 2 510 21 | 53|110| 9 |12 |1°12"|2°30" |FSW-3007H A-08  [BNM-100...|RNM-100...
BNML-100075T-812 | [J 21 | 751132 0749’ 1°
BNMS-120026S-S12 | @ 1 - | 26| 83 - | -
BNMM-1200538-S12| @ - | 531110 12 - | -
6 | 12 11 FSW-3509H  A-10 -120...|RNM-120...
BNMM-120053T-S12| [ 9 22 | 531110 - |1°30 BNNH-120... RNM-120
BNML-120085T-S16 | [ 22 | 85145 16 |1°2711°30°
BNMS-1600325-S16 | @ 1 - | 32] 92 - | -
BNMM-160063S-S16| @ - | 63/123 16| - | -
8 |16 14 FSW-4013H  A-15 -160... RNM-160...
BNMM-160063T-S16| [ 9 28 | 63123 - 1730 BNN160... RNM-160
BNML-160100T-S20 | [ 28 (100|166 20 [1°13'|1°30’
BNMS-2000385-S20 | @ - | 38/104 20 - | -
BNMM-200075S-S20| @ 1 - | 75[141 00 |~ | =
ey ) 10 | 20 34 | 75141 17 ~ T FSW-5016H A-20W [BNM-200... RNM-200...
BNML-200115T-825 | [ 34 115/191 25 |1°22'|1°50’
Note) 1. All cutters are supplied without inserts. Modular Head Type
2. Please refer page C186-C189 for recommended
cutting conditions. Clamp Screw | Recommended torque
FSW-2005H 0.5
FSW-2506H 0.9
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
FSW-6020 5.0
FSW-8025 6.0

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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(1)
)
Fig.1 (Straight Neck) Fig.2 (Taper Neck) =4
(7]
H BODY
; ; Part
Dimensions (mm) Clamp Screvevlr sWrench Inserts
Cat. No. |[Stock| Fig. “
R |@Dc £1|£2 L |pDipDs|Ok° On° @ EQ
BNMS-2500458-525 | @ | 1 - 45121 25| - | -
BNMM-250090S-S25| @ | 1 - 190|166 -
12.5 25 21 = IFSW-6020| A- -250..| RNM-250...
BNMM-250090T-S25 | @ 9 41 190|166 25 - 2720 SW-6020 30| BHN-250.. Ri-250
BNML-250135T-S32 | @ 41 135|215 32 11°38'|1°30’
BNMS-3000538-832 [ [ | 1 - [ 53133 - | -
BNMM-3001068-532| ) | 1 L5 | 3g | — 106/186] o5 | 55 L IFSW-8025| A-40 |BNM-300..|RNM-300..
BNMM-300106T-S32 | [ 9 49 106|186 0°38'| 3
BNML-300160T-S32 | [J 49 160|240 0°24'(1°10
BNMS-320053S-S32 | [ 1 - | 53]133 - | -
BNMM-320106S-S32| [ — 106|186 - | -
1 2 L - r !
BNMM-3201067-532 | T ) 6 |3 49 106186 26 | 32 Ty FSW-8025| A-40 |BNM-320..] RNM-320...
BNML-320160T-S32 | [J 49 160|240 - 110
Note) 1. All cutters are supplied without inserts. Modular Head Type

2. Please refer page C186-C189 for recommended
cutting conditions.

Clamp Screw Re%mnzﬁrzﬁsd torque
FSW-2005H 0.5
FSW-2506H 0.9
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
FSW-6020 5.0
FSW-8025 6.0

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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Mirror Ball G Body

Mirror Ball Carhide Shanks W

1. It is possible to machine deeper mold with high quality and high accuracy at higher “
cutting parameters due to increased tool rigidity and minimize the vibration.

2. By adopting carbide shank, tool rigidity is equal to solid carbide ball nose end mill. Copy Milling_Ji Pocket Milling Slotting

3. Compared with steel shank, the tool life is almost more than double.

4. Carbide shank can be used on shrink-fit type holders.

5. In case of super finishing application (removal stock below Dc/40), MIRROR RADIUS Radius form accuracy of
Insert can be mounted on MIRROR BALL Bodies. insert mounted on holder:

within £0.010mm
BNM-S-C type BNM-T-C type

(Straight Neck) (Taper Neck) E
H BODY
Dimensions (mm) Camp SchfrtsWrench Inserts
Cat. No. Stock| Fig. Jo /\
R |pDc| £1|£2| L |pD1pDs O« ::Z% @ @

BNMS-060017S-S06C| @ | 1 - | 17| 60 6| - | -
BNMS-060030T-S10C | @ | 2 15 | 30| 80 10 1414’ 6 BNM-060...
BNMM-060035S-506C| @ | 1 316 35| 92 54 6= | - FW-2005H | A-06 (BNM-070)
BNML-0600175-506C | @ | 1 - | 171120 - | -
BNMS-080025S-508C| @ - 125 90 - | -
BNMM-080035S-508C| @ 1 - | 35| 92 gl = | =
BNML-080075S-S08C| @ 4 8 | — | 75/140|7.2 - — |FSW-2506H | A-07  [BNM-080... |RNM-080...
BNML-080095S-508C | @ - | 95/160 - | -
BNML-080075T-512C | @ | 2 20 | 75/132 12 |1°37'| 2°
BNMS-100030S-S10C| @ - | 30/100 - | -
BNMM-1000438-510¢| @ - | 43]100 - | -
BNML-1000758-S10C| @ | 1 - | 75|140 10 - | - BNM-100...
BNML-1000955-510C | @ 5110 T 950160] ° — | |FewsoTH T ADB gy gy ANMAIO0..
BNML-1001408-S10C | @ — [140 (220 - | -
BNML-100075T-512C | @ | 2 23 | 75132 12 10°49'11°30
BNMS-120028S-S12C| @ - | 28| 84 =
BNMM-1200538-512¢| @ | 1 — | 53|10 11 |12 | — | —
BNML-1200958-S12C| @ 6 12 | — | 95/160 — | — |FSw-3509H | A-10  [BNM-120... |RNM-120...
BNML-120085T-S16C | @ | 2 27 | 85/145/10 |16 [1°27'|2°30
BNML-1201508-512C | @ | 1 - 1501220 |11 |12 | = | -
BNMS-160033S-S16C| @ | 1 - 133/ 93/15/16| - | -
BNMM-160063T-520¢| @ | 2 30.5| 63123 |14 |20 | 2°5'| &
BNML-160070S-516C | @ ] - | 70|140 15 |16 L=
BNML-1600908-S16C | @ 8 |16 | — | 90/160 — — |FSW-4013H | A-15  |BNM-160... RNM-160...
BNML-160100T-S20C | @ | 2 30.5(100(166 | 14 | 20 [1°15"] 2°
BNML-160110S-516C| @ | - |110/180 15 [16 =1 =
BNML-1601508-316C | @ - 150/220 - | -

Note) 1. All cutters are supplied without inserts.
2. Please refer page C186-C189 for recommended cutting conditions.

@Iease refer page C175 for % Caution for the mounting on shrink-fit holdeD

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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Mirror Ball G Body BNMryre

Fig.1 (Straight Neck) Fig.2 (Taper Neck)
H BODY
Dimensions (mm) Camp ScrEvev‘rtSWrench Inserts
Cat. No. Stock| Fig. “
R loDc £1 £2| L |pDi|lpDs B «°| Or° @ C
? e /% / o

BNMS-200039S-520C| @ — | 39|105 - | -
BNMM-200075S-S20¢| @ | 1 — | 75141119 |20 | — -
BNML-2001055-520C| @ — 105|180 - | -

1 2 FSW-5016H | A-20W -200... {RNM-200...
snmL200157s256 | ® | 2 |10 | 20 (36 115 [191] 17 | 25 [10z | o |TOVS0IOH| A-20W - fann200.. 200
BNML-200125S-S20C | @ 1 - 1125200 19 |20 |~ —
BNML-200170S-S20C | @ — (170|250 — -
BNMN-2500805-52:0_@ 1 (12.5) 25 — 901166 24 | 25 —————|FSW-6020 | A-30 [BNM-250... [RNM-250...
BNML-2501408-S25C| @ — (140|220 — —
Note) 1. All cutters are supplied without inserts. Modular Head Type

2. Please refer page C186-C189 for recommended
cutting conditions.

Clamp Screw Recomnzﬁrlcrine)d torque Clamp Screw Recomr?ﬁrlcrlne)d torque
FSW-2005H 0.5 FSW-4013H 3.0
FSW-2506H 0.9 FSW-5016H 4.0
FSW-3007H 1.2 FSW-6020 5.0
FSW-3509H 2.0 FSW-8025 6.0

( )

% Caution for the mounting on shrink-fit holder (In case of BNM-C Body, RNM-C Body)

When you use a carbide shank (C Body) on the shrink-fit holder, please shrink-fit only carbide shank
without putting insert and clamp screw.

Please mount the insert and tighten the clamp screw after shrink-fit.

Note) If it shrink-fits with the insert and clamp screw, it will be difficult to loose the clamp screw.
\ J

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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Mirror Ball Insert

B INSERTS
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Radius form accuracy
of inserts:
within +0.006mm

PVD coated Diamond | Uncoated Dimensions (mm)
cat. No. JC5015 DH103 | Jctoooo | K19 R Al B T
(210~20) (205) (K10)
BNM-060 [ ] o [ ] o 3 6 5 2
BNM-080 [ J [ J (] [ J 4 8 7 2.4
BNM-100 [ J [ J | o 5 10 8.5 2.6
BNM-120 [ J [ J [ J [ J 6 12 10 8
BNM-160 [ J [ J | [ J 8 16 12 4
BNM-200 [ ) [ [ ] [ J 10 20 15 5
BNM-250 [ [ ] 0 12.5 25 18.5 6
BNM-300 [ ] [ J 0 15 30 22.5 7
BNM-320 [ J [ J o 16 32 23.5 7
2 inserts per case, but in case of grade JC10000: 1 piece per case.
Uncoated Dimensions (mm)
Cat. No.
FZ05 R A B © T
BNM-060-S [ J 3 6 5 - 2
BNM-080-S [ J 4 8 7 0.5 2.4
BNM-100-S [ J 5 10 8.5 1 2.6
BNM-120-S [ J 6 12 10 1 S
BNM-160-S [ J 8 16 12 1 4
BNM-200-S [ J 10 20 15 1 5
BNM-250-S [ J 12.5 25 18.5 1 6
BNM-300-S [ J 15 30 22.5 1 7
BNM-320-S [ J 16 32 23.5 1 7
2 inserts per case.
e R
Dimensions (mm)| Recommended torque
% Instructions for mounting insert 200 oo
1. Clean the insert seat carefully. 8 0.9
2. Clean the insert, especially hole and location face. 10 1.2
3. Change the clamp screw when the screw gets worn out. 12 g:g
4. Do not tighten the clamp screw too hard. 20 4.0
Refer the right table for recommended tightening torque. gg 28
32 6.0
. W,

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Al 1 &,

M INSERT (S type, TG type) ..... Fpeipe

- BNM-S:Standardtype BNM.-TG: Stronger cutting edge type

=<

Negative rake

BNM-SS Type Fig. 1 Below R8 Fig. 2 Above R10 Radius form
(Tool dia. Below 16mm) (Tool dia. Above 20mm) accuracy of inserts:

within =0.006mm
&! 4 4 o
W

i

‘ 4 -
i =
40,006 ' R=0.006 cl!
T R b :
PVD coated Dimensions (mm)
Cat. No.
DH108
(z10) R A B C T
BNM-060-SS L 3 6 5 - 2
BNM-080-SS [ ] 4 8 7 0.5 2.4
BNM-100-SS [ ] 5 10 8.5 1 2.6
BNM-120-SS o 6 12 10 1 8
BNM-160-SS [ ] 8 16 12 1 4
BNM-200-SS [ ] 10 20 15 1 5
BNM-250-SS [ J 12.5 25 18.5 1 6
BNM-300-SS [ ] 15 30 22.5 1 7
BNM-320-SS 16 32 23.5 1 7
PVD coated Dimensions (mm)
Cat. No.
DH102
bt R A B c T
BNM-060-TG o 3 6 5 - 2
BNM-080-TG [ ] 4 8 7 0.5 2.4
BNM-100-TG [ ] 5 10 8.5 1 2.6
BNM-120-TG [ ] 6 12 10 1.5 9
BNM-160-TG o 8 16 12 1.5 4
BNM-200-TG [ ] 10 20 15 2 5
BNM-250-TG [ ] 12.5 25 18.5 2 6
BNM-300-TG [ ] 15 30 22.5 2 7
BNM-320-TG (] 16 32 23.5 2 7
2 inserts per case.
Note) 1. “Mirror S, Mirror TG” inserts are exclusive use of MIRROR BALL.
Please use only in MIRROR BALL body and modular head.
2. BNM-060-SS and BNM-060-TG don't have straight cutting edge.
[ Please refer page C176 for “Instructions for mounting insert” ]

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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Mirror Series _MIRROR BALL® Indexable Ball Nose End Mills

M ,GRM type“ radius Inserts for MIRROR BALL
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@ Reduced the hand finishing and try out times hy
improved surface quality.

@ Body durability is higher than ball nose end mill with
same radius, therefore prevents chattering problem,
and larger pick feed improved machining efficiency.

@ Possible to high precision & high efficient machining
even in case of low speed machine.

@ Adopted new PVD coated grade “DH102” suitable
for high hardened material, and PVD coated grade
“JC8015” for general steel.

e
§ @ Corner radius accuracy
= +l N - of inserts:
é : below +0.012mm
-
r£0.012 2/‘
LT B
Cat. No. PVD coated Dimensions (mm)
Jceots | @bz | ope | v B C T
GRM-160-R50 o o 16 5 12 1.1 4
GRM-200-R60 o o 20 6 15 1.7 5
GRM-250-R80 o o 25 8 18.5 2 6
GRM-300-R100 o ([ 30 10 22.5 2.5 7

2 inserts per case.

Note) 1. GRM type insert is exclusive use of MIRROR BALL.
Please use only MIRROR BALL carbide shank bodies (page C174-C175) or
modular head MBN type (page B153).

2. Please refer page C190-C191 for recommended cutting conditions.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




M Application for choice of GRM type insert
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For relatively flat surface

@ Surface roughness @ Machining efficiency

(.

L )

OCD || cxmmm ocm | | cmm

Large pick feed Small pick feed
Cutting by periphery edge, Cutting speed at the center 9e P! P
therefore able to keep nominal point becomes "0", therefore
cutting speed. generate cutter mark easily.
.
p
Control cutter mark and achieved Improved machining
good surface roughness. efficiency
i\
@ m Possible to high precision & high efficient machining even in case of low speed machine.]
\

Attention for 3D profile milling

A m Ball nose end mill

For wide concave surface For narrow concave surface For wide concave surface For narrow concave surface

Remains stock removal.

| | \ )

Attention for ramping milling Machined surface comparison (flat surface)

Material: ~ FCD700 GGG70

Tool No.:  MBN-300-M16+MSN-M16-77-S32C
Insert No.. GRM-300-R100 (¢ 30mm X R10)
n=8,000min"', f=4,800mm/min, fz=0.6mm/t,
ap=0.1mm, @e=0.6mm

@ Ball nose end mill

=200
A NN
\ N A MM N d
M NNy
W
05 10 15 2.0 25 [mm]

Ra=2.43 um, Rz=12.44 um

T

Note) Due to cutting point of insert changes at top of slope,
the cutting marks sometimes changes with a program.
But there are no problems with the forming accuracy.

05 1.0 15 2.0 2.5 [mm]

Ra=0.52 um, Rz=4.06 m
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B CONTROLLED TORQUE WRENCH (WITH REPLACEABLE BLADE)

@ Tightening a screw is controlled with proper torque wrench

Wrenches are pre-set to protect screws and tools against
damage during tightening and loosening processes. This
wrench is recommended to use especially with Mirror ball.

@ Size: 16, T7, T8, T10 '
@ Replaceahle blades
s —
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@ Controlled torque wrench (with replaceable blade)

Cat. No. Torx No. Torque value Applicable blades |Applicable holders
] ) BNMO-06...type
TQC-06 6 0.5Nm B-06 RNMO-06...type
] ) BNMO-08...type
TQC-07 7 0.9Nm =R RNMO-08....type
] ) BNMO-10...type
TQC-08 T8 1.2Nm B-08 RNMO-10...type
] ) BNMO-12...type
TQC-10 T10 2.0Nm B-10 RNMO-12...type
@ Blades
Cat. No. Torx No. Applicable torque control wrench
B-06 T6 TQC-06
B-07 T7 TQC-07
B-08 T8 TQC-08
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B CUTTING PERFORMANCE
@ Tool Life Comparison “Carhide Shank vs Steel Shank”
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0.5 —8— Steel Shank
BNML-080075T-S12
Insert grade JC5015

o
'S

mehe= Carbide Shank
BNML-080075T-S12C

€
§ 03 p Insert grade JC5015
2 Material: SKD11
<
S 0.2 / /‘ Spindle speed - N=12,000min""
b / Cutting speed : Ve=302m/min
= / / Feed speed £ V=3,000mm/min
0.1 / Feed per revolution  : f=0.25mm/rev
Depth of cut ap=0.4mm
# Pick feed +e=0.3mm
Coolant : Air Blow
0 60 120 180 240 300 360

Machining time (min)

@ Tool Life Comparison MIRROR BALL Carbide Shank vs Competitior A’s Carbide Shank.

M Cutting condition

Work material:
Hardness:

Part name:
Cutting speed:
Spindle speed:
Feed speed:

Feed per revolution:

Depth of cut:
Pick feed:
Coolant:

Spindle:

M Test results

Hardened die steel
B60HRC

Press die
Ve=402m/min
N=8,000min"
Vf=4,000mm/min
f=0.5mm/rev
ap=0.2mm
ae=0.3mm

Dry

HSK50E

Tool name

Machining time

Wear of rake face

Wear of flank face

DIJET MIRROR BALL
Carbide Shank ¢ 16

9 hours

Normal wear

Normal wear

Competitor A
(Carbide shank)

6~7 hours

Worn out

Worn out

@ DIJET MIRROR BALL Carhide Shank (C-Body) completed the job and the condition of insert was still

good after 9 hours.

@ Competitor A’s insert worn out in 4 hours only and could not maintain 0.05 targeting tolerance after

6-7 hours.
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§ M CASE STUDIES
§ 1. Replacement of solid carbide ball nose end mill with Mirror ball.
— Overhung length: 40mm Part name Turbine blade
§ Material Stainless steel (SUS420)
Hardness —
- Tool No. BNMM-080035S-S08C
| Grade BNM-080 (JC5015)
Ve, (n) Nn=2,000min"', Vc=50m/min
g VA, (f) Vf=800mm/min, f=0.4mm/rev
s | apmm 0.15mm
o | Mirror ball achieved very good finishing. __%" de (mm) 0.15mm
= | No chatter marks was observed on blade | & .
8 |surface compared with the competitor' Coolant QOil coolant
solid carbide ball nose end mill. Machine Vertical MC

2. Replacement of steel shank body with carbide shank body.

Part name Stamping die
;’5 Material GM241 (Cast steel)
Hardness 250-300 HB
= Tool No. BNML-300170S-S32C (C Body)
| Grade BNM-300, JC5015
Ve, (n) 6,000min!, 565m/min
g VA, (f) 5,000mm/min, 0.83mm/rev
:‘E ap (mm) 0.1mm
= | Achieved long tool ite 5,080m and _,%' ae (mm) 0.7mm
B | 70 oning sico shon receed e | = | Cooant Dry
hand finishing process by 10 hours. Machine Double column MC

3. Replacement of solid carbide ball nose end mill.

Semi-Finishing * Finishing by Carbide Shank B e Rubber mold
;5 Material SUS630
Hardness 35HRC
- Tool No. BNMM-060035S-S06C (C Body)
2| Grade BNM-060, JC5015
Ve, (n) 14,400min™", 271m/min
2 VA, () 2,880mm/min, 0.2mm/rev
Tool life: 2 hours 'E ap (mm) Semi-fnishing 0.1mm, Finishing 0.05mm
+ | Exisiting solid carbide ball nose end mill E de (mm) 0.1mm
§ n=9,000min"", Vf=2,800mm/min a2 Mi |
&I:D Improved machining time by 20%. Next Coolant Ist coolant
polishing process is drastically reduced. Machine High speed vertical MC
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Il CASE STUDIES 1]
)
4. High speed & high precision machining (Aircraft parts) o
Required surface roughness Rz: 6.3um Part name Vertical tail parts @
;‘e‘. Material SCM440
Hardness 40HRC
_ Tool No. BNML-120095S-S12C (C Body)
= | Grade BNM-120, JC5015
Ve, (n) 10,000min", 377m/min
@ VA, (f) 800mm/min, 0.08mm/rev
% ap (mm) 0.2mm
.| Nochatter and very smooth cutting. é’ de (mm) 0.1mm
S | Improved surface quality compared with 3
2 | sold ball nose end mill. Achieved the Coolant Water soluble
£ | reduction in machining time. Machine Vertical MC
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§ Il CASE STUDIES “MIRROR S”
% 1. Replacement of solid carbide ball nose end mill with Mirror ball.
= Part name Upper die
i § Material Die steel
Hardness 32-35HRC
= Tool No. BNMM-250090S-525C
S T BNM-250-S (JC8008)
Ve, (n) N=3,000min!, Vc=235m/min
g VA, (f) Vf=2,500mm/min, f=0.83mm/rev
% ap (mm) 0.3mm
= | After machining 18 hours, BNM-S insert é’ de (mm) 0.25mm
B | yosioma v ctace | S | oo | ry
competitor's tool. MEEine Vertical MC
2. Finishing by Mirror ball.
Overhung length 150mm~160mm Part name —
§ Material ZAS
Hardness _
= Tool No. BNML-300160T-S32
21 Grade BNM-300-S (FZ05)
Ve, (n) Nn=2,200min", Vc=207m/min
2 VA, (f) Vf=2,000mm/min, f=0.9mm/rev
% ap (mm) 0.6mm
- g| amm 0.6mm
g | sropnercurgmoeinesirserod | 8 oot | A blow
Machine Vertical MC
3. Replacement of solid carbide ball nose end mill with Mirror ball.
Overhung length: 30 mm with shrink fit holder Part name Insert core
§ Material Die steel (DH21: heat-treated)
Hardness 48HRC
_ Tool No. BNMS-100030S-S10C
B [ Grade BNM-100-S (JC8008)
Ve, (n) n=10,000min"!, Vc=314m/min
2 VA, (f) Vf=3,000mm/min, f=0.3mm/rev
% ap (mm) 0.1mm
= | Machining with Mirror ball could give more 5 < 0-Tmm
Z tool life than the competitor's solid carbide S Coolant Air blow
& | ball nose end mill Y Vertical MC
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Il CASE STUDIES “MIRROR S” (1)
4. Super finishing by MIRROR 8 insert. ;'
(=]
Part name Bumper mold )
§ Material S55C
Hardness —
= Tool No. BNML-200105S-S20C
| Grade BNM-200-S, JC8008
Ve, (n) 8,000min', 503m/min
g VA, (f) 4,000mm/min, 0.5mm/rev
2| apmm 0.05mm
«~ | Achieved excellent surface roughness, E de (mm) 0.4mm
E observed VBmax= below 0.025mm even 3 .
g after 5.7 hours machining. Insert was still Coolant Mist coolant
in good condition. Machine Vertical MC
5. Finishing on high hardened die steel
Finishing on full hardened draw die Part name Stamping die
Work size: 235x365 =
S Material SKD11
Hardness 58~62HRC
- Tool No. BNML-160090S-S16C
2| Grade BNM-160-S, JC8008
Ve, (n) 5,000min-', 250m/min
e Vi, (fz) 2,300mm/min, 0.46mm/rev
% ap (mm) 0.2mm
) g’ ae (mm) 0.3mm
§ No chatter and very smooth cutting. £
@ | Mirror S could finish entire job for 5.5h. e Coolant Dry cut
e | Flatness was within 0.06mm. ) .
Machine Vertical MC
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@ Calculation of cutting conditions

1. Spindle speed

n= Ve x 1000
xDe

De=2x/apx(Dc-ap)(mm)

(min")

2. Feed speed
Vi=N x f (mm/min)

f=h max. x L(mm/rev)
vapx(Dc-ap)
n = Spindle speed (min)
Ve = Cutting speed (m/min), refer Table 1.
De = Effective tool diameter (mm), refer Table 2.
ap = Axial depth of cut (mm)
ae = Pick feed, radial depth of cut (mm)
Vi = Feed speed (mm/min)
f = feed per revolution (mm/rev), refer Table 1.

h max. = Max. chip thickness (mm), refer Table 3.

Table 1. Nominal cutting speed and feed values

Work } Glrrwasgrets Cuttiné; Nominal feed rate: f (mm/rev) d,\gatxh ,\,:ili
Materials | Hardness o T 7% Tool dia. DG (mm) of oot | foed
8E G 2| ™ |68 10]12 16]20]25[30]32["""|* ™

(Egggg’aﬁgg%g) 160~260HB | © 200~400 (0.2 0.3 |0.4|0.5|0.6|0.6(0.7 (0.7 0.7 | Dc/10 | Dc/10
(Eggg'ggycfcsg;’gg) 170~300HB | © 150~350 (0.2 0.3 |0.4|0.5|0.6|0.6 0.7 0.7 0.7 |Dc/15 | Dc/15
(ggggnssggg') 180~280HB | O 180~230{0.2 (0.3 |0.4|0.4|05 | 05|0.6|0.60.6|Dc/15 | De/A5
LO(Vgg',{;’ngfe' 180~280HB | O 150~200(0.2 |0.3 |0.4|0.4 |05 05|0.6|0.60.6|Dc/15 | De/5
(mj’ﬁiﬂ) 280~400HB | O 110-170(0.15/0.25/ 0.3 | 0.4 | 0.4| 0.4 | 0.5 0.5/ 0.5 | Dc/20 | Dc/20
é%gﬁ‘g;gﬁﬁ') 180~255HB | O 130~180(0.150.25/0.3 | 0.4 | 05| 05| 0.6 0.6| 0.6 | Dc/20 | Dc/20
('gﬁ'gg;"eggeﬁ') 40~55HRC | O 70~ 90(0.15(0.25/ 0.3 | 0.4 | 0.5 |05 | 0.6 0.6/ 0.6 | Dc/30 | Dc/30
(S%tgisrgjfgj;%i'ﬁ) 150~250HB | O 90~1300.15/0.25/ 0.3 | 0.4 0.4 | 0.4 0.5 0.5 0.5 | Dc/20 | Dc/20
Copper alloy | 80~150HB © | 150~200(0.25[0.4 [0.5]0.6|0.7 0.7 | 0.8 0.8/ 0.8 |Dc/10| Dc/10
Aluminium alloy | 30~100HB © | 200~300{0.25/0.4 |05|0.6/0.7|0.7|0.8/0.8/0.8| Dc/6 | Dc/6
Graphite © 200~400(0.3 |05 |0.6/0.7|0.8|0.8|0.9/0.9/ 09| Dc/5 | De/5
Note) 1. Data is applicable to short series tools and over ¢ 12mm middle series tools. ©:First choice

2. Refer table 4 for additional data in case of using long series tools and up to ¢ 12mm middle series tools. O:Second choice
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Table 2. Effective tool diameter chart (3]
Tool dial Effective tool diameter: De (mm) §'
¢Dc Axial depth of cut: Ap (mm) 7y

(mm) 1”02 70305 1.0 1.5 [ 2.0 [ 25 3.0 | 35] 40 | 45 5.0 | 55 | 6.0
6 |22 | 26| 33| 45
8 [ 25| 3 39 | 53| 6.2
10 28 | 34 | 44 | 6 711 8
12 31|37 |48 | 66| 79 | 89| 97
16 | 36 | 43 | 56 | 77 | 9.3 |10.6 |11.6 125
20 | 4 49 | 6.2 | 87 105 |12 13.2 |14.3 |15.2 |16
25 [ 45 54 |7 9.8 |119 (136 |15 |16.2 (173 |18.3 |19.2 | 20
30 | 49 | 6 77 |10.8 [13.1 |15 16.6 |18 [19.3 |20.4 | 214 | 224|232 | 24
32 | 5 6.2 | 79 |11.1 |13.5 |1565 [172 |18.7 |20 |212 |22.2|23.2 241 | 25

Table 3. Maximum chip thickness chart

Max. chip thickness: h max (mm)

Work Materials Hardness Tool dia.: Dc (mm)
6 8 10 12 16 20 25 30 32
Grey cast iron (FC250, FC300) 160~260HB | 0.07 | 0.09 |0.12 |0.150.18 | 0.18 | 0.21 | 0.21| 0.21
Nodular cast iron (Fcpeoo, Fcp7o0) | 170~300HB | 0.05 | 0.07 (0.10 |0.12 | 0.15 | 0.15 | 0.17 | 0.17| 0.17
Carbon steel (S50C, S55C) 180~280HB | 0.05 | 0.07 (0.10 |0.10 | 0.12 | 0.12 | 0.15 | 0.15| 0.15
Low alloy steel (SCM440) 180~280HB | 0.05 | 0.07 |0.10 |0.10 | 0.12 | 0.12 | 0.15 | 0.15| 0.15
Mold steel (HPM, NAK) 280~400HB| 0.03 | 0.05 |0.065|0.09 | 0.09 | 0.09 | 0.11 | 0.11| O.11

Tool & Die steel (SKD61, SKD11) 180~255HB | 0.03 | 0.05 |0.065(0.09 | 0.11 | 0.11 | 0.13 | 0.13| 0.13
Hardened die steel (skpe1, skp11) | 40~55HRC | 0.02 | 0.04 |0.05 |0.07 | 0.09 [0.09 [0.11 | 0.11| O.11
Stainless steel (SUS304, SUS316) 150~250HB | 0.03 | 0.05 |0.065 [0.09 | 0.09 | 0.09 | 0.11 | 0.11 | 0.11

Copper alloy 80~150HB | 0.10 | 0.12 |0.15 |0.18 | 0.21 | 0.21 | 0.24 | 0.24| 0.24
Aluminium alloy 30~100HB | 0.12 | 0.15 |0.18 |0.22 | 0.26 | 0.26 | 0.30 | 0.30| 0.30
Graphite 0.15 | 0.20 |0.24 |0.28|0.32 | 0.32 | 0.36 | 0.36| 0.36

Table 4. Reduction ratio of recommended cutting conditions

To(g'gc'a' Short series Middle series Long series

(mm) £2 | £2/Dc | min" % |Feed%| L2 | £2/Dc |min' % |Feed%| L2 | £2/Dc | min' % | Feed %
6 30 5.0 100 100 35 5.8 100 100 70 | 11.7 45 45
8 35 4.4 100 100 53 6.6 60 65 75 9.4 50 50

10 35 3.5 100 100 53 5.3 70 80 75 75 60 65
12 26 2.2 100 100 53 4.4 90 90 85 71 65 65

16 32 2.0 100 100 63 3.9 100 100 100 6.3 70 70

20 38 19 100 100 75 3.8 100 100 115 5.8 75 75

25 45 1.8 100 100 90 3.6 100 100 135 5.4 80 80

30 53 1.8 100 100 106 3.5 100 100 160 5.3 80 90

32 53 17 100 100 106 3.3 100 100 160 5.0 80 90

Note) In case of using long series tools, recommend to reduce cutting conditions as per the above percentages.
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ﬁ I RECOMMENDED CUTTING CONDITIONS /HIGH SPEED MACHINING
>
)
= @ BNM type insert + Carhide shank holder (C-Body)
= Cuti Nominal feed rate f (mm/rev) Max | Max
utting - depth | depth
Work Insert d Tool dia. Dc (mm) p p
Materials Hardness Grades sp\;ace Ofacpm Og‘;“t

(m/min) 6 8 |10 |12 | 16 | 20 | 25 30 | 32 [ (mm) | (mm)

Grey cast iron
oo a0, | 160-260HB | DH103 | 400~500 (0.4 |05 (05 |06 0.8 |08 |10 |10 |10 |0.1~0.3| Dc/40

Nodular cast iron
(oobo0. toproy) | 170~300HB | DH103 | 300-400 (0.3 |04 0.4 | 0.5 [0.6 | 0.6 |08 | 0.8 | 08 |0.1~03|Dc/40

Carbon steel
(850C, S55C) 180~280HB | DH103 | 300~400 0.3 |04 |04 |05 |0.6 | 0.6 [0.7 | 0.7 | 0.7 {0.1~0.3| Dc/50

oS | 180~280HB | DH103 | 300~400 (0.3 | 0.4 |0.4 |05 |06 |06 07 |07 |07 [0.1-03|Dc/50

Mold steel
(HPM, NAK) 280~400HB [ DH103 | 300~3500.25/0.3 [0.3 |04 0.5 | 0.5 |06 | 0.6 | 0.6 |0.1~0.2| Dc/50

Tool & Die steel
(kD61 skory, | 180~255HB| DH103 | 300~3500.25/0.3 |0.3 | 04 |04 |04 |06 |06 |06 [0.1~0.2(Dc/50

Hardened die steel
(o061 sko1 1| 40~55HRC | DH103 | 250-350 |0.25| 0.3 |03 | 0.4 |05 | 0.5 | 0.6 | 0.6 | 0.6 (0.1-0.2| Dc/50

Hardened die steel
konr ko | BSHRC~ | DH103 [ 150-250 |0.2 |0.25/0.3 | 0.4 |05 | 0.5 | 0.6 | 0.6 | 0.6 [0.1-0.2|De/50

Stainless steel
(SUS304. SUS316) 150~250HB | DH103 | 200~300 |0.25]0.35/0.45| 0.6 |0.65| 0.7 | 0.8 | 0.8 | 0.8 [0.1~0.2| Dc/50

Copper alloy | 80~150HB [ KT9 |300~400{0.3 |0.4 |0.4 | 0.5 0.6 | 0.6 | 0.7 | 0.7 | 0.7 {0.1~0.5( Dc/40
Aluminium alloy | 30~100HB | KT9 | 400~500|0.35/0.5 (0.5 | 0.6 |0.7 | 0.7 | 0.8 | 0.8 | 0.8 |0.1~0.5( Dc/40
Graphite JC10000| 600~800|0.4 (0.6 |0.6 | 0.7 0.8 |0.8 |0.9 |09 |09 |0.1~0.5| Dc/40

Note) This data is applicable to short series tools and middle series tools.
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Il RECOMMENDED CUTTING CONDITIONS ®
—|
o
@ BNM-SS, BNM-TG type insert Carbide shank holder (C-Body) =1
[}

Cutting Nominal feed rate f (mm/rev) dMa?h Maﬁ

|
Work Insert | speed Tool dia. De (mm) ofout | feed

Materials Grades| ¢

_ ap ae
(m/min) 6 8 10 12 16 20 25 30 32 (mm) | (mm)

Greycastiron
(FC250, FC300) Bmgg 400~500
160~260HB

0.2~ | 0.25~| 0.3~ | 0.4~ | 0.5~ | 0.6~ | 0.6~ | 0.8~ | 0.8~

035 |04 |05 |06 |07 |08 |08 |10 |10 [|%02Dc |0.025Dc

NORUIEF GO | iy |77 0.2~ | 0.25~| 0.3~ | 0.4~ | 0.5~ | 0.5~ | 0.5~ | 0.6~ | 0.6~

(FCD600, FCD700) 300~400 0.02Dc | 0.025Dc
oY | DH108 03 035 |04 |05 |06 |07 |07 |08 |08

Carbon steel

02~ | 025~/ 0.3~ | 03~ | 0.4~ | 04~ | 04~ | 05~ | 05~
(s50c, SocC) | DH108 | 300-4001 '3 | 9’35 |04 |05 |06 |06 |07 |08 |08 |%020¢|002Dc
Low alloy steel 0.2~ | 0.25~ 0.3~ | 0.3~ | 0.4~ | 0.4~ | 0.4~ | 0.5~ | 0.5~
(scwado) | DH108 |300-4001 o' | '35 | 0.4 |05 |06 |06 |07 |08 |08 |%020¢|002Dc
Mold steel

02~ | 0.25~ 03~ | 03~ | 04~ | 0.4~ | 0.4~ | 05~ | 05~
(HPM,NAK) | DH108 |300~400 0.020¢ |0.020¢
(HPM, NAK) 03 |035|04 |05 |06 |06 |07 |08 |08
Tool & Die steel

02~ | 0.25~ 03~ | 03~ | 0.4~ |04~ | 0.4~ | 05~ | 05~
(Dot ko1 | DH108 13004001 '3 | '35 |04 |05 |06 |06 |07 |08 |08 |%02Pc 002D

Hardened die steel
(SKD61, SKD11) Bmgg 200~300
40~55HRC

0.15~| 0.2~ | 0.25~| 0.3~ | 0.4~ | 0.4~ | 0.4~ | 0.4~ | 0.4~

025 |03 |03 |04 |05 |05 |06 |07 |07 [001Pc|0020c

Hardened die steel DH102

koot oo | DHIG2 | 15p | 0.15- 02 | 025~/ 03~ |04~ | 04- | 04~ | 04- | 04-

025 |03 |03 |04 (05 |05 |06 |07 |07 [0070¢|002C

56~63HRC
e L e A A L
Wi | oo ™| 035 |04 |05 |06 |07 |08 |08 |10 |10 |002c |00z
s | %\ s 02| 026- 03 | 4= 05- |00 | 6= 02 |02 o oo
Graphite  |JC20003|600~800 835 8:4215“ 8:2“ 8:;‘“ 8:?" 8:3" 8:? ?? ?? 0.03Dc |0.03Dc

Note) This data is applicable to short series tools and middle series tools.
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% Il H.S.C. RECOMMENDED CUTTING CONDITIONS
E @ BNM-C (carbide shank) with GRM insert
= Cutting Tool dia. (mm) Profile milling| Face milling
Work Materials | Grades Spvegd @16xR5 ©20xR6 Dea%”z nifmc)“t Max. Pick Pick
(m/min) (m?r‘) (mn¥rfnin) (m?r‘) (mrr\lf:nin) ae (mm) ae (mm)
Creycasts | DH102 | 750 | 15,000 | 10,000 | 12,000 | 9,000 | 0.05-0.15 | 0.02D ~0.20D
oo S | (oot | 600 | 12,000 | 7,000 | 9,600 | 6700 | 005-015 | 0.020 ~0.20D
oo | (JCabts) | 600 | 12,000 | 7,000 | 9,600 | 6700 | 005-015 | 002D ~0.15D
Lon Slonsise | Jtot) | 600 | 12,000 | 7,000 | 9,600 | 6700 | 005-015 | 002D ~0.15D
oo e sieel | Jiaoi) | 600 | 12,000 | 7,000 | 9,600 | 6700 | 005-015 | 0.020 ~0.15D
poece) | Judoiz)| 550 | 11000 | 5500 | 8800 | 4400 | 005-0.15 | 001D ~0.45D
Goubtiogy | DH102 | 500 | 10,000 | 5000 | 8,000 | 4,000 | 0.05-015 | 0015D ~0.15D
Hardened desteel DH102 | 450 | 9,000 | 4,500 | 7,200 | 3,600 | 005-015 | 0.015D ~0.10D
Hare e he el DH102 | 300 | 6,000 | 3,000 | 4800 | 2400 | 005-0.1 | 00150 ~0.10D
Sansaese | Juaois)| 400 | 8000 | 4800 | 6400 | 3800 | 005015 | 002D ~0.15D
Work Materials | Grades (_Sjl%e?g <p25x;OBO| - (m‘r:;oxmo Dgp;)ﬂzrgl;nc)ut Pﬂgi?;gpg Facl%igl”mg
(m/min) 1 min) (mn\1{rfnin) (mri?T‘) (mrr¥:nin) ae (mm) ae (mm)
Creycastn | DH102 | 750 | 9,600 | 8,000 | 8,000 | 8000 | 005-015 | 0.02D ~0.20D
Noduiarcastion | Jtsots) | 600 | 7,700 | 6,000 | 6500 | 6000 | 005-015 | 0020 ~0.20
Cerboames | (JCabts) | 600 | 7,700 | 6,000 | 6500 | 6,000 | 005-015 | 002D ~0.15D
LOSIASSE | (Chots) | 600 | 7.700 | 6,000 | 6500 | 6,000 | 005-015 | 002D ~0.15D
o e e | sl | 600 | 7,700 | 6,000 | 6500 | 6,000 | 005-015 | 0.020 ~0.15D
aosed) | Jtaots)| 550 | 7.000 | 4200 | 5800 | 4000 | 005-0.15 | 001D | ~045D
Souktieey | DH102 | 500 | 6,400 | 3,800 | 5300 | 3700 | 0.05-045 | 0015D ~0.15D
Har e oy !l DH102 | 450 | 5750 | 3,450 | 4,800 | 3360 | 0.05-015 | 0.015D ~0.10D
Hare eyl DH102 | 300 | 3,850 | 2,300 | 3,200 | 2200 | 005-0.1 | 0.015D ~0.10D
St | (Jtsoisy| 400 | 5100 | 3,600 | 4200 | 3300 | 005-015 | 0.020 ~0.15D

N: Spindle speed, Vi: Feed speed

Note) When machining both profile and flat surface simultaneously, use the profile milling conditions.

( )
* Attentlon tO mOU ntlng |nse I't Dimensions (mm)| Recommended torque
1. Clean the insert seat carefully. @Dc (N-m)
2. Clean the insert, especially hole and location face. 12 ;g
3. Change the clamp screw when the screw gets worn out. 16 3.0
4. Do not tightened the clamp screw too hard. 20 4.0
Recommend to use Torque control wrenches. (page C180) 25 5.0
See the right table for recommended tightening torque. - o2
(See table)
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Il RECOMMENDED CUTTING CONDITIONS )
. . . =i
@ BNM-C (carbide shank) with GRM insert =
Cutting Tool dia. (mm) Profile milling| Face millin @
Work Materials | Grades | SReed @16xR5 ©20xR6 DeapthOfC“t Max. Pick | Piok
(mm?in) n Vi n Vi p (mm) de (mm) ae (mm)
(min) (mm/min) (min"") (mm/min)
Grey cast iron DH102
(1636_26%8) (JC8015) 450 9,000 | 4,500 | 7,200 | 4,300 0.1-0.3 0.02D ~0.25D
Nodular castiron | DH102
Cvesos) ™ | Joaotsy | 0 | 7.000 | 3500 | 5600 | 3000 | 04-02 | 0020 ~0.25D
Carbon steel
(?éo-%gosH%‘)a Jcso15 | 350 7,000 | 3,500 | 5,600 | 3,000 0.1-0.2 0.02D ~0.20D
Low alloy steel
Ueoogbriny. | JC8015 | 350 7,000 | 3,500 | 5,600 | 3,000 0.1-0.2 0.02D ~0.20D
Tool & die steel
Oe0.550rm) | JC8015 | 350 7,000 | 3,500 | 5,600 | 3,000 0.1-0.2 0.02D ~0.20D
Mold steel DH102
@oseHRc) | (Jcgots)| 300 | 6.000 | 2400 | 4800 | 2200 | 01-02 | 00150 020
Mold steel DH102
(asind) | WJosots)| 280 | 5,600 | 2,200 | 4500 | 2,000 | 01-02 0.015D ~0.20D
Hardened die steel
a’(ﬁgf_)SHF;%)See DH102 | 250 5,000 | 2,000 | 4,000 = 1,800 | 0.05-0.15 0.015D ~0.15D
Hardened die steel
A hes e DH102 | 200 | 4000 | 1,400 | 3200 | 1300 | 0.05-0.1 | 0015D ~0.15D
Stainless steel
(i50.0a00p) | JC8015 | 300 | 6,000 | 3,000 | 4,800 | 2,400 0.1-0.2 0.02D ~0.20D
Cutting Tool dia. (mm) Profile milling| Face millin
Work Materials | Grades | SReed ©25xR5 ©30xR10 D‘;pthOfC“t Max Pick | - Pick
(mm?in) Vi n Vi p (mm) de (mm) ae (mm)
(min) (mm/min) (min) (mm/min)
Grey cast iron DH102
(1%_260HB) (Jcsois) | 450 6,000 | 4,000 | 5,000 | 4,000 0.1-0.3 0.02D ~0.25D
Nodular cast iron | DH102
Crosooe " | (Jcsots) | 3%0 | 4500 | 2700 | 4,000 2800 | 01-02 | 0020 ~0.25D
Carbon steel
eooneies! | Jceots | 350 | 4500 | 2,700 | 4,000 2800 | 01-02 | 002D ~0.20D
Low alloy steel
Ueooghus) | JC8015 | 350 | 4500 | 2,700 | 4,000 | 2,800 [ 0.1-02 0.02D ~0.20D
Tool & die steel
80.o55np) | JC8015 | 350 | 4,500 | 2700 | 4,000 | 2,800 | 0.1-0.2 0.02D ~0.20D
Mold steel DH102 "
GOSbRG) | (Jcsots)| 300 | 3800 | 1,900 | 3200 | 1,800 | 04-02 | 0015D 0.20D
Mold steel DH102
(Geeind) | Josots)| 280 | 3600 | 1800 | 3,000 | 1,700 | 04-02 | 0015D ~0.20D
Hardened die steel
0 esmey 9| DH102 | 250 | 3200 | 1,600 [ 2,700 | 1,400 | 005-0.15 | 0015D ~0.15D
Hardened die steel
el (gggw'g)see DH102 | 200 2,600 | 1,300 | 2,000 | 1,000 | 0.05-0.1 0.015D ~0.15D
Stainless steel
ﬁgo_e;%g;e Jc8015 | 300 3,850 | 2,100 | 3,200 | 2,000 0.1-0.2 0.02D ~0.20D

N: Spindle speed, Vi: Feed speed

Note) When machining both profile and flat surface simultaneously, use the profile milling conditions.

( )
* Attentlon tO mOU ntlng |nse I't Dimensions (mm)| Recommended torque
1. Clean the insert seat carefully. @Dc (N-m)
2. Clean the insert, especially hole and location face. 12 ;g
3. Change the clamp screw when the screw gets worn out. 16 3.0
4. Do not tightened the clamp screw too hard. 20 4.0
Recommend to use Torque control wrenches. (page C180) 25 5.0
See the right table for recommended tightening torque. - o2
(See table)
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‘Mirror Radius RNMrType \

1. High precision indexable end mill with two effective cutting edges. gi
Corner radius accuracy: within 0.010mm “ y
(In case of mounting RNM type insert) Face Milling & Shoulder Milling . Pocket Miling 4 Copy Milling A Helical Interpolation

2. High precision and high rigid clamping system, as same
eccentric mechanism of MIRROR BALL.
This is very well proven mechanism in industry.

_ Fig.1 (Taper Neck)
a

“x
3. Excellent bottom edge run-out. Establishment of high precision below 9 Q’,L -
5pm which no one can duplicate. (In case of mounting RNM type insert) fat N - =
4. Realization of high precision machining. Superior surface quality and ® { S
minimum deflection are better than those of competitors. / £1 Von®
5. Insert locates accurately in any of the two radial positions. 1° (RNM type insert) 02
It is entered into the body. Unlike some competitor’s products. L
RNM-S type (straignt neck) %_ .2 (Sraight Neck)
RNM-T type (Taper Neck) g
8 . R 2
S % ! 3
22
1° (RNM type insert) L

Hl BODY
Dimensions (mm) Inserts CIE:;"[sirew Wrench
Cat. No.  [Stock 6 Fig.
Dc| L |21 | 22 [@D1/@Ds|6k°| 6n° & @& /§
<p (p (p Taper angle I /‘)
RNMM-0800531-12| [ 11018.5] 53 2°10'12°30"| ns. _ i
RNML.080075T.542 | L) 8 140 185 75 7.2 12 130 o RNM-080... FSW-2506H, A-07 | 1
RNMM-1000531-§12| [ 110121 | 53 15" 2° ) : .
s o 10 140 21 75 9 |12 026 1° RNM-100... FSW-3007H| A-08 | 1
RNMM-1200538-S12| [ 110| - | 53 12 | = | = |RNM-120... cay. 10 L2
RNML-120095T-816 | 0 | 12 [160(22 | 95 ™ 16 |1°12'|1°15'|RNM-130... PR S 1
RNMM-160070S-S16| [ 140 — | 70 - | -
RNMM-1600908-S16| [ | 16 (160 — | 9015 |16 | — | — ijgg:: FSW-4013H| A-15 | 2
RNML-160100S-S16 | [ 2000 — 100 - | -
RNMM-200075S-S20| [ 141 — | 75 = = | aNM-200
RNMM-2001058-820) (1 | 20 (180 — 10519 | 20 - | — |gNm-210. FSW-5016H A-20W | 2
RNML-200125S-S20 | [ 250 — | 125 - | -
RNMM-250090S-S25| [ 166 — | 90 ~ = Rumos0
RNMM-2501408-825| (] | 25 (220 | — (140124 | 25 - | — |gNm-2go. | FSW-6020 A-30 | 2
RNML-2501508-S25 | [ 300 — | 150 - | -
RNMM-3001068-832| [ 186 — 106/ 9 0| = | = . . ) 2
RNMM-3001408-832| [ 30 220 - 140 o3 — | — |RNM-300... FSW-8025| -~ A-40
RNMM-3201068-832| [ 186 — | 106/g4 | 390 | = | — ) ) i 5
RNMM-320140S-S32| [ 32 220 — 140 Z | = |FNM-320... FSW-8025 | A-40
Note) 1. All cutters are supplied without inserts. Modular Head Type
2. Please refer page C204 for recommended
cutting conditions. Gl G Recomngﬁrlcrif)d torque Sl Seraw Fiecomngﬁrlcrine)d torque
FSW-2005H 0.5 FSW-4013H 3.0
FSW-2506H 0.9 FSW-5016H 4.0
FSW-3007H 1.2 FSW-6020 5.0
FSW-3509H 2.0 FSW-8025 6.0

[ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted
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Mirror Radius G Body RNMrype

1. By adopting carbide shank, tool rigidity is equal to solid < ‘ @'
carbide radius end mill. ) Y
2. Tool life increased to twice compared with Face Milling A Shoulder Milling A Pocket Milling A Copy Milling A Helical Interpolation

MIRROR RADIUS steel shank.
. Carbide shank can be used on shrink-fit type holders.
4. Insert locates accurately in any of the two radial positions.
It is mounted into the cutter body.

W

Fig.1 (Taper Neck)

1° (RNM type insert)
3° (HRM type insert)

RNM-S-C type (straignt neck)
RNM-T-C type (Taper Neck)

Fig.2 (Straight Neck)

(RNM type insert)

1o
3° (HRM type insert)

H BODY
) . Parts
Dimensions (mm) Inserts Clamp screw Wrench
Cat. No. Stock B Fig.
oDc| L | 21|22 |pD1pDs|6k°| On° %O @ //§®
RNMS-060015U-S06C | @ 60 - | 15 RNM-060
6 I 6| - | - -+ |FSW-2005H| A-06
RNMM-060030U-S06C| @ 80 — |30 2 HRM-060... 2
RNMS-080020U-S08C | @ 70 -1 20] ;¢ 8 - - | RuM-080.. 2
RNMM-080040U-S08C| @ 90| — | 40 8| — | = | HRM-080/ 2
8 S R 090, FSW-2506H  A-07
RNMM-080053T-512C | @ 110 20| 53| ;g1 12 2127 27 | o 020 1
RNML-080075S-S08C | @ 1400 - |75 7] 8| - | = 2
RNMS-100025U-S10C | @ 75 - | 25 95 - | - 2
RNMM-100050U-S10C| @ 100 — | 50f " |10 | — | — | RNM-100... 2
RNMM-1000508-S10c| @ | 10 [110] — | 50 — | = HRM'}?S{“ FSW-3007H A-08 | 2
RNMM-100053T-S12C | @ 110/22.5 53| 9.8/ 12 [1°7'| 1° | FRM-100... 1
RNML-100075S-S10C | @ 140/ — | 75 10 - | - 2
RNMS-120030U-S12C | @ 80| — 30115 — | — | RNM-120... 2
i . — : — | _ | RNM-130... o
RNMN-1200600-512¢| @ | ., |110 60 12 HRVA50/ [Fsw-3500H  A-10 | 2
RNMM-1200535-512C | @ 110, — | 83|41 3 = | = 130... 9
RNML-120095S-812C | @ 160| — | 95 — | — | FRM-120...
RNMS-160035U-S16C | @ 90 — | 35|15.5 — | = | RNM-160... 2
RNMM-160070S-S16C | @ 140 - | 70 — | — | RNM-170...
RNMN-1600905-S16C| @ | 16 [160] — | 90|45 ¢/ 16 | = | — | M6 Fsw-aotan A-15 |
RNML-1601208-S16C | @ 210 — 120 - | — | FRM-160...
RNML-160150S-S16C | @ 220, — 1150 - | — | FRM-170..
Note) 1. All cutters are supplied without inserts. —
2. Please refer page C205-C213 or recommended L SOEIFLIEEND  Please refer Page B163
Cutting COnditiOI’]S, Clamp Screw Recomrrgﬁlr.urj:)d torque Clamp Screw Hecomngﬁrlc’;e)d torque
FSW-2005H 0.5 FSW-4013H 3.0
Please refer page C194 for FSW-2506H 0.9 FSW-5016H 40
”Gaution for the mounting onshrink-fit holder* FSW-3007H 1.2 FSW-6020 50
FSW-3509H 2.0 FSW-8025 6.0

[ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted
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.
Mirror Radius G Body RNMrype

1. By adopting carbide shank, tool rigidity is equal to solid < ‘ g’
carbide radius end mill. ) Y
2. Tool life increased to twice compared with Face Milling A Shoulder Milling A Pocket Milling A Copy Milling A Helical Interpolation

MIRROR RADIUS steel shank.

3. Carhide shank can be used on shrink-fit type holders.

4. Insert locates accurately in any of the two radial positions.
It is mounted into the cutter body.
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Fig.1 (Taper Neck)

1° (RNM type insert)
3° (HRM type insert)

RNM-S-Ctype (straignt Neck)
RNM-T- Ctype (Taper Neck)

Fig.2 (Straight Neck)

(RNM type insert)

1o
3° (HRM type insert)

H BODY
. . Parts
DlmenSIOHS (mm) Inserts Clamp screw Wrench
Cat. No. Stock 6 ) Fig.
oDc L | 21| 22 |oD1lpDs B«°| On° O @ %
RNMS-200040U-S20C| @ 105| — | 40/19.5 — = | RNM-200... 2
RNMM-200075S-S20C| @ 141 - | 75 — | = | RNM-210..
RNMM-2001055-520C] ® | 20 | 180 | — |105 20 | — | — |HRM-2007 feqyy o161 A-20W
19.8 220... 2
RNML-2001505-520C| @ 220| - [150 - | = | FRM-200/
RNML-200170S-S20C | @ 250| — 170 I - 210...
RNMM-250090S-525¢] @ 166 | — | 90 HErrTT
RNMM-2501408-S25¢| @ | 25 220 — |[140|24.8| 25 | — | — |RNM-260... | FSW-6020| A-30 | 2
RNML-2501905-525C | [J 260| - [190 — | = | FRM-250..
RNMM-3001065-532¢{ @ | 30 | 186 | — 10629.8 32 | — | — [REM-300- 'rqygops| A-40 | 2
RNMM-3201065-532¢{ @ | 32 | 186 | — 106/318 32 | — | — [RNM320- ropgops| A-40 | 2

Modular Head Type

Note) 1. All cutters are supplied without inserts.
2. Please refer page C205-C213 for recommended
cutting conditions.

Clamp Screw Recomnzﬁrlc'iﬂe)d torque Clamp Screw Fiecomnzﬁrlcrine)d torque
FSW-2005H 0.5 FSW-4013H 3.0
FSW-2506H 0.9 FSW-5016H 4.0
FSW-3007H 1.2 FSW-6020 5.0
FSW-3509H 2.0 FSW-8025 6.0

% Caution for the mounting on shrink-fit holder (In case of BNM-C Body, RNM-C Body)

When you use a carbide shank (C Body) on the shrink-fit holder, please shrink-fit only carbide shank
without putting insert and clamp screw.

Please mount the insert and tighten the clamp screw after shrink-fit.

Note) If it shrink-fits with the insert and clamp screw, it will be difficult to loose the clamp screw.

[ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted % : Production after order received
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(7]
E ‘Mirror Radius RNM-ryre \
@ Rfadius form accuracy
i t:
ﬁ Il INSERTS 3m||r:ﬁ19rio.u10mm
P
= © RNM-CJCIC-Ro
=

PVD coated lemeid Uncoated Dimensions (mm)
Cat. No.

JC8015 DH103 KT9

(z10~20) (205) JC10000 (K10) e R BT
RNM-060-R03 [ [ ) 0.3
RNM-060-R05 ([} [ J 05 | 2 6 5 2
RNM-060-R10 o o 1
RNM-080-R03 () (] O 0.3
RNM-080-R05 (] o o [ ) 0.5 | 2.7 8 7 2.4
RNM-080-R10 [ ) o O [ ) 1
RNM-100-R0 [ J X
RNM-100-R03 () o O 0.3
RNM-100-R05 [ J [ J [ J () 0.5
RNM-100-R10 ° ° 0 ° 1| ol TEE RS
RNM-100-R15 O O 1.5
RNM-100-R20 () () @ 2
RNM-120-R0 @ X
RNM-120-R03 ([ J (] O 0.3
RNM-120-R05 o o O [ ) 0.5
RNM-120-R10 ° ° 0 ° T e
RNM-120-R15 o [ ) o 1.5
RNM-120-R20 () () @ 2
RNM-160-R0 o X
RNM-160-R03 o o () 0.3
RNM-160-R05 o o (] 0.5
RNM-160-R10 ° ° ° | o | VT
RNM-160-R15 o (] O 1.5
RNM-160-R20 (] [ J ([ J 2
RNM-200-R0 (] X
RNM-200-R03 o o [ ) 0.3
RNM-200-R05 | @ ° ° 05 | 7|20 15 |5
RNM-200-R10 [ o () 1
2 inserts per case, but grade JC10000 insert is packed in 1 piece per case. 3% Corner radius: Below 0.1mm

Note) Please refer page C204 for “Instructions for mounting insert.”

[ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted
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Mirror Radius RNMryee | B2
><

Radius form accuracy g.

of insert: —

Il INSERTS within +0.010mm @
—

@ RNM-[]C1C-Ro =

7)

PVD coated R Uncoated Dimensions (mm)
Cat. No.

o DHag3 | Jcto000 W ri s | A|B|T
RNM-200-R15 [ ] [ ] O 15
RNM-200-R20 [ J [ O 2 6.7| 20 | 15 5
RNM-200-R30 [ ) 3
RNM-250-R0 [ ) X
RNM-250-R03 [ ] [ ] 0.3
RNM-250-R05 [ ] [ ] 0.5
RNM-250-R10 [ ] [ ] 1 83| 25 | 185| 6
RNM-250-R15 O [ ) 15
RNM-250-R20 [ ] [ ] 2
RNM-250-R30 [ ] 3
RNM-300-R03 O [ ) 0.3
RNM-300-R05 O [ ) 0.5
RNM-300-R10 O [ 1
RNM-300-R15 | O g |10 | 80225 7
RNM-300-R20 O [ ) 2
RNM-300-R30 O 3
RNM-320-R03 [ ] [ 0.3
RNM-320-R05 [ ) () 0.5
RNM-320-R10 o [ ) 1
RNM-320-R15| @ 15 | 107 %2235 7
RNM-320-R20 [ ] [ 2
RNM-320-R30 [ ] 3
2 inserts per case, but grade JC10000 insert is packed in 1 piece per case. 2% Corner radius: Below 0.1mm

Note) Please refer page C204 for “Instructions for mounting insert.”

@ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted }




‘Mirror Radius HRMTtyre \

Il INSERTS

Radius form accuracy
o of insert:
within £0.015mm

=2
S
[t
=
=
<
>
D
==
=

PVD Dimensions (mm) PVD Dimensions (mm)
Cat. No. coated Cat. No. coated
JC8015 JC8015
(210-20) obc| r |B|C | T (z10-20) obc| r | B | C | T
HRM-060-R05 [ 0.5 HRM-130-R20 ® 13 /2 |10|0.5| 3
HRM-060-R10 [ 61 |5 | -2 HRM-160-R20 () 2
16 — 12105 4
HRM-060-R15 [ 1.5 HRM-160-R30 o 3
HRM-080-R20 o 8 2 |7 |03]124 HRM-170-R30 ([ J 17 |3 12 /105| 4
HRM-090-R20 [ 912 |7 |0.3]24 HRM-200-R20 o an i15 05| 5
HRM-100-R20 [ 10 2 |8.5/0.3/2.6  HRM-200-R30 o 3 '
HRM-110-R20 [ 11 |2 |8.5/0.3|2.6 HRM-220-R30 (] 22  3/15/0.5| 5
HRM-120-R20 o 12 2 |10 |0.5|3
2 inserts per case
Note) “HRM” insert is exclusive use of MIRROR RADIUS carbide shank bodly.
Please use only in MIRROR RADIUS carbide shank body and modular head.

In case of using HRM inserts, recommend to use
over size inserts for increasing side clearance
to prevent the damage of shank by sticking chips

Clearance necessary
more than 0.5mm

() HRM-090-R20, HRM-110-R20, HRM-130-R20,
HRM-170-R30, HRM-220-R30

Over size insert

( Please refer page G204 for “Instructions for mounting insert” )

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted




. Tooling by DIJET

‘Mirror Radius FRMrvypre \
@ FRM FRM type insert for MIRROR RADIUS RNM/MRN type.

Side & bottom face finishing Corner radius accuracy

i . of inserts:
® Adopted new PVD coated grade for high hardened steel, etc below +0.010mm

“DH102” suitable for high hardened
material, and PVD coated grade
“JC8015” suitable for general steel.

@ Adopting positive rake cutting edge
achieved low cutting force and
sharpness. And available large size
over 25mm.

@ Intensive tool management can be el Kyl
possible from roughing to finishing ’ B
with same body by using inserts Longer periphery straight edge achieved longer tool life, better
properly. surface roughness and deflection on vertical wall application.
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—0.020

$Dc

PVD coated Dimensions (mm)
JC8015 DH102 ¢Dc B C T

6 5 0.8 2
8

Cat. No.

FRM-060-R05
-R10
-R05
-R10
-R05
-R10

J(-RZJ

-

7 1.2 2.4

o o o

10 8.5 1.5 2.6

(¢)]

12

10 1.5 3

o

16 12 2 4

~
1

17 12 2 4

(=]
o
[

E=ES=SE=S=S=EsEEEE=EE
NN | | | k| | | | | e el | | s
(=1]

20 15 2 5

o010 C

M-200-
M-200
M-21

21 15 2 5

R
R
R
R
R
R
R
R
R
R
R
R
i
R
R
R
R
R
R

R
R
M-200-R
R
R
R
R

M-250-
RM-250-
RM-250-
RM-250-R30

(¢)]

J,
[—]
(3]

o0 © o o000 © 00 000 000000

25 18.5 2.5 6

RM-300
RM-300
RM-300
RM-300
FRM-320-R05

FRM-320-R10 [ ]

FRM-320-R20 [ )

FRM-320-R30
2 inserts per case
Note) Recommend to use FRM inserts combined with Mirror Radius End Mill carbide shank body (page C193-C194) or
Mirror Radius modular heads (page B163).

( Please see page C204 for Attention to mounting insert. )

(¢)]

30 22,5 3 7

T1|=T1|=T1| =11 11| "7 11| "1 71| "7 | 11| °11 | "1 | "7 71| ™11 "1 "1 71| 11| ™1 "1 | "7 1| ™1 1 1 mmm
=]
N
(—]

(&)

32

23.5 3 7

o000 00 0000OCOCOOOGOGOOOOGOOGOOGOOOOOOGOGOOOO
|| ofw || = o ho| = (o= = = (o= e[| = = o |w | = o= o= o= o
§ ! ; e ; g OO
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FRMrtyre
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175

—_—

° Tool dia.: ¢(p 16mm (Carbide shank) 75

© Material: DH31 (1.2344), 48HRC -85
Work size: 100mmx175mm 95—

° n=3,383min", Vc=170m/min, Vi=1,200mm/min, --p
1=0.35mm/rev, a|JEIJ.8mm, ae=0.15mm 6um

© QOverhung length £ =105mm, Dry > .

% Measuring deflection at the center of work material. FRM-160-R10 Competitor

\“

Il SKD11 (1.2379), 60HRC Il DH31 (1.2344), 48HRC
° Tool dia.: (o 16mm (Carbide shank) ° Tool dia.: ¢(p 16mm (Carbide shank)
° np=2,785min", Vc=140m/min, V{=975mm/min, ° n=3,383min", Vc=170m/min, Vi=1,200mm/min,
=0.35mm/rev, ap=0.8mm, @e=0.15mm =0.35mm/rev, ap=0.8mm, @e=0.15mm
©  Qverhung length 0 =105mm, Dry ©  Qverhung length 0 =105mm, Dry
. 02 T —=— Competitor A P 04 —m— Competitor A
\% 04 —e— FRM-160-R10 (DH102) \% 0.35 /' FRML160-A10 OHT02)
g I g 0.3
2 03 2025 /
§ I / & 02
x 0.2 X 0.15 /
© © -
= I / © o J
0.1 :
0.05 _—
0 10 20 30 40 50 60 70 80 0 22 44 66 88 110 132 154
Cutting length (m) Cutting length (m)

Achieved 8 times longer tool life Achieved 3 times longer tool life
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‘error Radius RNM+ryre \ =
)
=
I CASE STUDIES )
1. Replacement of solid carbide ball nose end mill with Mirror radius 5'
Overhung length: 30mm Part name — %
E| Material Die steel (DH21: Heat treated)
Hardness 48HRC
= Tool No. RNMM-060030U-S06C
| Grade RNM-060-R10, JC8015
Ve, () Semi-finishing: N=5,000min"", Vc=94m/min
' Finishing: N=10,000min"", Vc=188m/min
Vi, (2) Semi-finishing: Vf=1,500mm/min, f=0.3mm/min
g ' Finishing: Vf=2,000mm/min, f=0.2mm/min
= Semi-finishing: 0.25mm
5| MM | Eiishing: 0.05mm
+ | Finished entire job for 5 hours by 1 insert é de (mm) S_emi-finighing: 3.5mm
E anq st.ill able to continue. Reduced the e F'mShmg' 0.3mm
2 ggl;gng process by improved surface Coolant Air blow
Machine Vertical MC
2. Improved efficiency
Part name Plastic mold
E| Materal Mold steel (P20)
Hardness 30-33HRC
= Tool No. RNMM-200075S-S20C
= Grade RNM-200-R03, JC8015
Ve, (n) n=3,200min"", Vc=200m/min
@ VA, (fz) Vf=1,600mm/min, f=0.5mm/rev
£ a(mm)  [0.05mm
_ 2| @ mm) [10-12mm
S | Achieved 3 times faster feed speed than ‘:5', .
g competitor A Coolant Air blow
Machine Vertical MC

3. Replacement of solid carbide end mill with Mirror radius (Roughing for inner side wall).

Overhung length: 60mm Partname | Electrode
Work dia.: ¢ 60 =
S Material Copper (Cu)
Hardness —
- Tool No. RNMM-120060U-S12C
= Grade RNM-120-R03, JC8003
Ve, (n) n=3,000min", Vc=113m/min
@ VA, (fz) Vi=1,000mm/min, f=0.3mm/rev
% ap (mm) 0.5mm
. , é’ ae (mm) 5.8mm
%S | Achieved 100m tool life and reduced =
@ | machining time compared with © Coolant Water soluble
o= | competitor’s solid carbide end mill.

Machine Vertical MC




(7]
E ‘Mirror Radius RNMryee \
2
r—8 W CASE STUDIES
f; 4. High speed and high accuracy machining
E Finishing for inner side wall Part name Injection mold for door inner panel
g Material S55C
Hardness —
- Tool No. RNML-250150S-S25
=1 Grade RNM-250-R10, JC8015
Ve, (n) 5,000min", 393m/min
2 Vi, (f2) 2,500mm/min, 0.5mm/rev
| @@m 0.5mm
| Achieved excellent surface accuracy with E ae (mm) 0.1mm
= | 1.7 times higher cutting speed. Deflection = Cool
3 was below 0.005mm. RNM could finish oolant Dry cut
=S entire job by single process. Machine Double column MC

5. Replacement of solid carbide ball nose end mill with Mirror radius

Bottom face Part name Clutch case
finishing E| Matera Aluminium alloy (ADC)
Hardness —
= Tool No. RNMM-160100S-S16
=1 Grade RNM-160-R10, JC8015
Ve, (n) 5,000min', 251m/min
2 VA, (f2) 1,200mm/min
E ap (mm) 0.7+0.5mm 2pass
é de (mm) 10mm
= | 2 times higher feed speed than exisiting £
§ solid carbide end mill. Observed smoother | < Coolant Wet cutting
ec | cutting and better surface roughness. -
Machine Vertical MC

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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Mirror Radius HRMrvyee | B2
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Il CASE STUDIES (3
6. Replacement of solid carbide ball nose end mill with Mirror radius =
. o
Part name Electric parts 7y
§ Material S50C
Hardness -
= Tool No. RNMS-060015U-S06C
2| Grade HRM-060-R15, JC8015
Ve, (n) n=8,000min"", Vc=150m/min
e VA, (fz) Vf=6,400mm/min, f=0.8mm/rev
% ap (mm) 0.2mm
. . E’ ae (mm) 0.2mm
= | 3.3 times more productivity and E
E 1.2 times longer tool life than exisiting ® Coolant Water soluble (External)
oc | solid carbide ball nose end mill.
Machine Vertical MC
7. Improved efficiency on mold steel
Overhung length: 285mm Part name Injection mold
N E| Material Pre hardened steel
Hardness 28HRC
= Tool No. RNMM-160070S-S16C
= Grade HRM-160-R30, JC8015
Ve, (n) 3,600min', 181m/min
£ Vi, (f2) 4,000mm/min, 1.1mm/rev
E ap (mm) 0.5mm (30’ ramping until 70mm)
R 2| aemm 8mm
= Reduced the machining time 1/2 of the E]
@ | competitor's. © Coolant Air blow
= | Less vibration and stable machining X
Machine Horizontal MC (22kW)




Tooling by DI, -

(7]
E ’MirrorRadius RNMTYPE‘
% I RECOMMENDED CUTTING CONDITIONS
S @ RNM type insert
% Nominal feed rate: f (mm/rev)
Cuttin .
= g
= Work Insert | speed Maximum ap or ae (mm)
Materials |Grades| vc Tool dia. Dc (mm)
(m/min)
6 8 10 | 12/13 |16/17 | 20/21 | 25/26 | 30 32
Grey castiron | JG8003 025 |03 | 04 | 045 |05 | 05 |05 |05 |05
(FC250, FC300) | DH103 | 250
160~260HB | JC8015 0.2 0.3 0.3 0.4 05 | 07 0.8 1.0 1.0
Nodular cast iron | JG8003 0.2 0.3 035 | 0.35 | 04 04 04 0.4 04
(FCD600, FCD700)| DH103 | 200
170~300HB | JC8015 02 | 03 |03 03 | 04 | 05 06 | 08 |08
Carbon steel | JG8003 02 | 03 |03 |03 |04 |04 |04 |04 |04
(S50C, S55C) | DH103 | 200
180~280HB | JC8015 0.2 0.3 0.3 0.3 04 | 05 0.6 0.8 0.8
Low alloy steel | JG8003 0.26 | 028 | 0.32 | 0.32 | 0.36| 0.36 | 0.36 | 0.36 | 0.36
(SCM440) DH103 | 180
180~280HB | JC8015 0.2 0.3 0.3 0.3 04 | 05 0.6 0.8 0.8
Mold steel JC8003 0.18 | 0.25 | 0.28 | 0.28 | 0.32| 0.32 | 0.32 | 0.32 | 0.32
(HPM, NAK) DH103 | 150
280~400HB | JC8015 02 | 03 0.3 03 | 04 | 05 0.6 0.8 0.8
Tool & Die steel | JG8003 0.18 | 025 | 0.28 | 0.28 | 0.32| 0.32 | 0.32 | 0.32 | 0.32
(SKD61, SkD11) | DH103 | 150
180~255HB | JC8015 0.2 0.3 0.3 0.3 04 | 05 0.6 0.8 0.8
Hardened die steel| |nan0a 0.13 | 0.2 023 | 023 | 0.25| 0.25 | 0.25 | 0.25 | 0.25
(SKD61, SKD11) DH103 80
40~55HRC 0.2 0.3 0.3 0.3 0.3 0.4 0.5 0.6 0.6
Stainless steel | JC8003 013 | 0.2 | 0.23 | 023 | 025 025 | 0.25 | 0.25 | 0.25
(SUS304, suUs316)| DH103 | 130
150~250HB | JC8015 02 | 03 0.3 0.3 04 | 05 0.6 0.8 0.8
JC8003
Copperaiioy | iates | 250 0.25 | 0.35 | 0.4 04 | 05 | 05 05 | 05 0.5
80=150HE KT9 03 |04 |05 |06 |08 10 |12 |16 |16
Aluminium alloy JDCI_??gg 200 025|035 | 04 |04 |05 |05 |05 |05 |05
30~100HB
KT9 03 | 04 | 05 06 | 08 | 10 1.2 1.6 1.6
JC8003 025 | 0.35 | 0.4 0.4 05 | 05 0.5 0.5 0.5
Graphite DH103 | 300
JC10000 0.3 0.4 0.5 0.6 0.8 | 1.0 12 1.6 1.6

Note) This data is applicable to short series tools and middle series tools.

4 )
B . . Dimensions (mm)| Recommended torque
% Instructions for mounting insert pDo N
1. Clean the insert seat carefully. g g:g
2. Clean the insert, especially hole and location face. 10 1.2
3. Change the clamp screw when the screw gets worn out. 12 2.0
4. Please use torque wrenches to tighten the clamp screw. ;g 431'8
Recommend to use Torque control wrenches (G180) 25 5.0
See the right table for recommended tightening torque. gg g-g




B oling by DIJET
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Il RECOMMENDED CUTTING CONDITIONS g
@ HRM, FRM type insert + Carbide shank holder (C-Body) Y
3% Recommended to reduce depth of cut @p by corner radius with keeping feed speed V/f. (Refer the below table) s|
Tool dia. (mm) =3
0

Work Insert @ 6xR1.5 @ 8xR2/p9IxR2

Materials Grades . 26 ap n Vi 2 ap n Vi

(mm) (mm) (mm) (min") | (mm/min) | £(mm) (mm) (mm) (min")  |(mm/min)

Carbon stee! 15 | 2.1 [ 0.20 [9,000/8,000| 20 | 2.8 | 0.40]7,500 8,200
S50C, S55C 30 | 2.1 | 0.15 9,000/7,200| 40 | 2.8 | 0.40|7,500 |6,750
(C50, C55) JG8O15
{50, _ _ _ - - 60 | 2.8 | 0.25|7,500 6,750
elow 250HB

_ _ _ - - 80 | 2.8 | 0.20|7,500 6,750
Vold steel 15 | 2.1 | 0.20 [8,500/7,600| 20 | 2.8 | 0.40]7,100 |7,800

HPM?7, PX5, NAKS0, P20 30 | 2.1 | 0.15 |8,500/6,800 | 40 | 2.8 | 0.40|7,100 |6,400
(izs], Pa JC8015 = - — - - 60 | 2.8 | 0.25|7,100 6,400
30-43HRC 0 . ’ ’

— - 80 | 2.8 | 0.20|7,100 6,400
Die steol 15 | 2.1 [ 0.20 [8,500/7,600| 20 | 2.8 | 0.40]7,100 |7,800
SKD61, SKD11 30 | 2.1 | 0.15 |8,500/6,800 | 40 | 2.8 | 0.40|7,100 |6,400
(1.2344, 1.2379) JG8015
204 _ - - - - 60 | 2.8 | 0.25|7,100 6,400
elow 255HB
— - — - - 80 | 2.8 | 0.20|7,100 |6,400

o | 15 | 2.1 | 0.20 [8,000/6,400 | 20 | 2.8 | 0.40]6,700 |7,300
tainless stee
Uaa0s jc8o15 | 80 | 2.1 | 0.15 [8,000/5,600 | 40 | 2.8 | 0.40 6,700 |6,000

Below 250HB _ _ _ — — 60 | 2.8 | 0.25/6,700 |6,000
_ _ _ 80 | 2.8 | 0.20/6,700 |6,000

Hardened die stee! 15 | 2.1 [ 0.15 |6,900/5,500 | 20 | 2.8 | 0.20|6,000 6,600
SKD61, DAC, DHA | jnen4s | 80 | 2.1 | 0.10 |6,900 4,800 | 40 | 2.8 | 0.20 6,000 4,800

(1.2344, 1.2379) _ —_ — — —
B 2 60 | 2.8 | 0.15]6,000 4,800
- | - [ - - T - 18 | 28 | 0.10/6,000 4,800
—— 15 | 21 | 0.20 |7,400/6,600 | 20 | 2.8 | 0.40 6,400 7,600
cast iron Jcsot5 | 30 | 2.1 | 0.15 [7,400/5,900 | 40 | 2.8 | 0.40 |6,400 |5,700

G, [FEID (EiE, ey - N - - 60 | 2.8 | 0.25 6,400 |5,700

Below 300HB
= = = = = 80 | 2.8 | 0.20 6,400 5,700
R0O.5 RO.5
Depth of cut adjustment  |Corner R1 8px0.65 Corner| 31 px0:60
by corner radius radius apx0.80 P apx0.70
ap X ratio R1.5 apx1.0 R2 apx1.0

% Recommend to reduce depth of cut dp according to above table with keeping feed speed
£: Overhung length, ap: Depth of cut, Qe: Pick feed, N: Spindle speed, Vi Feed speed

B NOTE

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

2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vf.

6) In case of good surface requirement, recommend to reduce feed speed.

7) In case of ramping, ramping angle up to 2° 30" is recommended.

8) In case of slotting with overhung length exceeding 5 x Dc, recommend to reduce depth of cut and feed speed.

N @

. . . )
% Instructions for mounting insert Dimensions (mm)] Recammended toraue
1. Clean the insert seat carefully. obc (Nain)
2. Clean the insert, especially hole and location face. g 0.5
8 0.9
3. Change the clamp screw when the screw gets worn out. 10 12
4. Please use torque wrenches to tighten the clamp screw. 12 20
Recommend to use Torque control wrenches (C180) 16 3.0
L See the right table for recommended tightening torque. 20 4.0 )




Tooling by DI, -

(7]
E ’Mirror Radius HRM/FRMryee ‘
L3N W RECOMMENDED CUTTING CONDITIONS
ﬁ @ HRM, FRM type insert + Carbide shank holder (C-Body)
:‘; 3% Recommended to reduce depth of cut @p by corner radius with keeping feed speed V/f. (Refer the below table)
= Tool dia. (mm)
= Work Insert @ 10xR2/ @ 11xR2 ¢ 12xR2/p 13xR2

Materials Grades

2 e ap n Vi 2 e ap n Vi

(mm) (mm) (mm) (min) | (mm/min) | (mm) (mm) (mm) (min) | (mm/min)

b e 25 | 42 | 0.40[6,000/7,200 | 30 | 5.6 | 0.50 |5,000/6,000
S500,855C | ogoqs |50 | 4-2 | 0.40 [6,0006,000 | 60 | 5.6 | 0.40 |5,000/5,000
ey 75 | 42 | 0.25/6,000/6,000 | 90 | 5.6 | 0.25 |5,000/5,000
100 | 4.2 | 0.20 [6,000/6,000 | 120 | 5.6 | 0.20 |5,000/5,000

o1d <t 25 | 42 | 0.40[5,700/6,800 | 30 | 5.6 | 0.40 |4,700/5,600
HPMT. PX5, NAKED, 20| oo | B0 | 4.2 | 0.40 [5,700/5,700 | 60 | 5.6 | 0.40 |4,700 4,700
(1.2311, P20) 75 | 42 | 0.25|5,700/5,700 | 90 | 5.6 | 0.25 |4,700/4,700

S043HRC 100 | 42 | 0.20 |5,700/5,700 | 120 | 5.6 | 0.20 | 4,700/ 4,700
o 25 | 42 | 040 5,700 6,800 30 | 56 | 0.40 | 4,700 5,600
5061, 501 | Jogoqs |50 | 42 | 040 5,700/5,700 | 60 | 5.6 | 0.40 |4,700]4,700
(12044, 1.2379) 75 | 42 | 0.25 57005700 | 90 | 5.6 | 0.25 | 4,700|4,700
100 | 4.2 | 0.20 |5,700/5,700 | 120 | 5.6 | 0.20 | 4,700/ 4,700

25 | 42 | 0.40 54006400 | 30 | 56 | 0.40 | 4,500 5,400

Seplesssteel | o | 50 | 4.2 | 040 54005400 | 60 | 56 | 0.40 |4,500|4,500
Bolon SEOHE 75 | 42 | 0.25 54005400 | 90 | 56 | 0.25 |4,500|4,500
100 | 4.2 | 0.20 |5,400/5,400 | 120 | 5.6 | 0.20 | 4,500 4,500

on de e 25 | 4.2 | 0.20 |4,700/5,600 | 30 | 5.6 | 0.20 |4,000| 4,800
SKDS1, DAC, DA | jgo1s | 50 | 4.2 | 0.20 |4,700/4,700 | 60 | 5.6 | 0.20 |4,000/4,000
(12344, 12379) 75 | 42 | 0.15 |4,700/4,700| 90 | 5.6 | 0.15 | 4,000 4,000

40S0HAC 100 | 42 | 0.10 |4,700/4,700 | 120 | 5.6 | 0.10 |4,000| 4,000

25 | 42 | 040 |5,100/6,100 | 30 | 5.6 | 0.40 |4,200 5,000
50 | 42 | 0.40 |5,100/5,100 | 60 | 5.6 | 0.40 |4,200| 4,200

Grey & Nodular
cast iron JC8015

FC'BFecloDv\fggdeGG) 75 | 42 | 0.25 |5,100(5,100 | 90 | 5.6 | 0.25 |4,200| 4,200
100 | 4.2 | 0.20 |5,100/5,100 | 120 | 5.6 | 0.20 |4,200|4,200
R0.5 apx0.60 R0.5 apx0.60
Depth of cut adjustment | Corner R1 apx0.70 Corner S apx0.70
by corner radius radius | R2 apx1.0 radius| R1,5 apx0.85
(@p X ratio) R2 apx1.0

% Recommend to reduce depth of cut dp according to above table with keeping feed speed
2: Overhung length, ap: Depth of cut, Qe: Pick feed, N: Spindle speed, Vi Feed speed

B NOTE

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

) In case chatter occurrs, recommend to reduce depth of cut or feed speed.

3) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.

4) Use air blow to flush the chips out.

5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vf.

6) In case of good surface requirement, recommend to reduce feed speed.

7) In case of ramping, ramping angle up to 2° 30" is recommended.

8) In case of slotting with overhung length exceeding 5 x Dc, recommend to reduce depth of cut and feed speed.

. . . )
% Instructions for mounting insert Dimensions (mm)] Recammended toraue
1. Clean the insert seat carefully. obc (Nain)
2. Clean the insert, especially hole and location face. 6 0.5
8 0.9
3. Change the clamp screw when the screw gets worn out. 10 12
4. Please use torque wrenches to tighten the clamp screw. 12 20
Recommend to use Torque control wrenches (C180) 16 3.0
L See the right table for recommended tightening torque. 20 4.0 )




B oling by DIJET
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I RECOMMENDED CUTTING CONDITIONS g
@ HRM, FRM type insert + Carbide shank holder (C-Body) Y
% Recommended to reduce depth of cut @p by corner radius with keeping feed speed V1. (Refer the below table) s|
Tool dia. (mm) =3
Work Insert @ 16xR3/( 17xR3 ( 20xR3/(p22xR3 @
Materials Grades
2 e ap n Vi 2 e ap n Vi
(mm) (mm) (mm) (min) | (mm/min) | (mm) (mm) (mm) (min) | (mm/min)

b e 35 | 70 | 0.60 [3,800(4,500 | 40 | 9.8 | 0.60 |3,000]3,600
S500,855C | jogoqs |80 | 70 | 0.60 [3,800/3,800 | 100 | 9.8 | 0.60 |3,000]3,000
ey 120 | 70 | 0.40 |3,800/3,800 | 150 | 9.8 | 0.40 |3,000/3,000
160 | 70 | 0.30 [3,800/3,800 | 200 | 9.8 | 0.30 |3,000/3,000

o1d <t 35 | 70 | 0.60 [3,500(4,200 | 40 | 9.8 | 0.60 |2,800]3,300
HPAIT, PX5, NAKED, 20| (g, | 80 | 70 | 0.60 [3,500/8,500 | 100 | 9.8 | 0.60 |2,800/2,800
(1.2311, P20) 120 | 70 | 0.40 |3,500/3,500 | 150 | 9.8 | 0.40 |2,800/2,800

S043HRC 160 | 70 | 0.30 |3,500/3,500 | 200 | 9.8 | 0.30 | 2,800 2,800
oo 35 | 70 | 0.60 |3,5004,200| 40| 9.8 | 0.60 |2,8003,300
5061, 501 | Jogoqs | 80 | 7O | 0.60 |3,500(3,500 | 100 | 9.8 | 0.60 |2,800/2,800
(12044, 1.2379) 120 | 70 | 0.40 |3,500/3,500 | 150 | 9.8 | 0.40 |2,800] 2,800
160 | 70 | 0.30 |3,500/3,500 | 200 | 9.8 | 0.30 | 2,800 2,800

35 | 70 | 0.60 |3,4004,000| 40| 9.8 | 0.60 |2,700 3,200

Seplesssteel | | 80 | 70 | 0.60 3,400(3,400 | 100 | 9.8 | 0.60 |2,700/2,700
Bolom SOHE 120 | 70 | 0.40 |3,400/3,400 | 150 | 9.8 | 0.40 |2,700| 2,700

160 | 70 | 0.30 |3,400/3,400 | 200 | 9.8 | 0.30 |2,700|2,700
) € el 35 | 70 | 0.30 |3,000/3,600| 40 | 9.8 | 0.30 |2,400|2,800
SKD61, DAC, DHA | jnhan1s 80 | 70 | 0.30 |3,000/3,000| 100 | 9.8 | 0.30 |2,400|2,400
(1-3%‘_‘26;-5879) 120 | 70 | 0.25 /3,000 3,000 | 150 | 9.8 | 0.25 |2,400|2,400
160 | 70 | 0.20 /3,000 3,000 | 200 | 9.8 | 0.20 |2,400|2,400

35 | 70 | 0.60 |3,200/3,800| 40| 9.8 | 0.60 |2,500)3,000
cast iron JC8015 80 | 70 | 0.60 |3,200/3,200| 100 | 9.8 | 0.60 |2,500|2,500

FC, FCD (GG, GGG) 120 | 70 | 0.40 [3,200/3,200 | 150 | 9.8 | 0.40 /2,500| 2,500

Grey & Nodular

Selow S00r8 160 | 70 | 0.30 |3,200/3,200 | 200 | 9.8 | 0.30 | 2,500 2,500
R1 apx0.50 R1 apx0.50
Depg;gl;tr:#éraggis&rsnent Corner R1.5 apx0.60 Corner R1.5 apx0.60
(@p X ratio) radius | R2 apx0.75 radius| Ro apx0.75
R3 apx1.0 R3 apx1.0

% Recommend to reduce depth of cut dp according to above table with keeping feed speed
£: Overhung length, ap: Depth of cut, Qe: Pick feed, N: Spindle speed, Vi Feed speed

B NOTE

1) The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.
) If machine does not have enough power, recommend to reduce depth of cut first and reduce spindle speed
and feed speed.
4) Use air blow to flush the chips out.
5) In case of 50-55HRC (Hardened die steel), recommend to reduce 30% above ap, n, Vf.
6) In case of good surface requirement, recommend to reduce feed speed.
7) In case of ramping, ramping angle up to 2° 30" is recommended.
8) In case of slotting with overhung length exceeding 5 x Dc, recommend to reduce depth of cut and feed speed.

. . . )
% Instructions for mounting insert Dimensions (mm)] Recammended toraue
1. Clean the insert seat carefully. obc (Nain)
2. Clean the insert, especially hole and location face. 6 0.5
8 0.9
3. Change the clamp screw when the screw gets worn out. 10 12
4. Please use torque wrenches to tighten the clamp screw. 12 20
Recommend to use Torque control wrenches (C180) 16 3.0
L See the right table for recommended tightening torque. 20 4.0 )




Tooling by DI, -

(%)
E ’Mirror Radius FRMrtyre ‘
2
% I RECOMMENDED CUTTING CONDITIONS /SIDE FACE FINISHING
Z‘; @ FRM type insert + Carbide shank holder (C-Body)
=
= Cutting Tool dia. (mm)
Work Insert | Type of speed 8 10 12
Materials Grades| machining Ve ¢ v N ¢ v N ¢ v
H f f f
(m/mm) (min") (mm/min) (min") (mm/min) (min") (mm/min)
Carbon steel ae 300 11,940 | 3,580 9,550 | 2,860 7,960 2,380
S50C, S55C 08015 =
(C50, C55) ap(mm) 0.20 0.25 0.30
Below 250HB
e (mm) 0.08 0.10 0.12
Die steel ae 300 11,940 | 3,580 9,550 | 2,860 7,960 2,380
SKD61, SKD11 1C8015 i
(1.2344, 1.2379) ap(mm) 0.20 0.25 0.30
Below 255HB
ae(mm) 0.08 0.10 0.12
S s G 2. | 280 | 11,150 | 3,350 | 8910 | 2,670 | 7420 | 2,220
SUS304 Jc8o15
Below 250HB ap (mm) 0.20 0.25 0.30
e (mm) 0.08 0.10 0.12
Mold steel EN 300 11,940 | 3,580 9,550 | 2,860 7,960 2,380
HPM7, PX5, P20 | JC8015 =
(1.2311, P20) DH102 ap(mm) 0.20 0.25 0.30
30-36HRC
e (mm) 0.08 0.10 0.12
Mold steel ae | 280 11,150 | 3,350 8,910 | 2,670 7,420 2,220
NAK8O0, HPM1, P21 | 0o °
(1.2311, P21) ap(mm) 0.20 0.25 0.30
38-43HRC
e (mm) 0.08 0.10 0.12

Hardened die steel 250 9,950 | 1,000 7,960 800 | 6,630 800

SKD61, DAC, DHA DH102

[
I Fm
ap

(1.2344, 1.2379) ap (mm) 0.20 0.25 0.30
42-52HRC
Qe (mm) 0.08 0.10 0.12
Hardened die steel ae | 200 7,950 800 6,360 640 5,300 640
SKD11,SLD, DC11 | oo 2
(1.2344,1.2379) ap (mm) 0.20 0.25 0.30
55-62HRC
Qe (mm) 0.08 0.10 0.12
Grey & Nodular ae | 350 13,930 | 4,180 | 11,140 | 3,900 9,280 | 3,710
cast iron JC8015 =
FC, FCD (GG, GGG) | DH102 ap(mm) 0.20 0.25 0.30
Below 300HB
e (mm) 0.10 0.15 0.20

£: Overhung length, a@p: Depth of cut, ae: Pick feed, Vec: Cutting speed, N: Spindle speed, Vf: Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35033?55 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, up to 5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, up to 10Dc ° °
4) Use air blow to flash out the chips out. . up




- ling by DIJET

) ’ =3
’error Radius FRMryre ‘ 2
>
=
I RECOMMENDED CUTTING CONDITIONS /SIDE FACE FINISHING —
@ FRM type insert + Carhide shank holder (C-Body) =
o
Cutting Tool dia. (mm) 7}
Work Insert | Type of speed ©16 ®20 p21
Materials Grades| machining Ve
(m/min) n Vi n Vi n Vi
(min") (mm/min) (min’") (mm/min) (min’") (mm/min)
Carbon steel ae | 300 5,970 2,390 4,770 1,910 4,550 1,820
S50C, S55C 168015 =
(C50, C55) ap (mm) 0.40 0.50 0.50
Below 250HB
ae(mm) 0.16 0.20 0.10
Die steel ae 300 5,970 | 2,390 | 4,770 1,910 | 4,550 | 1,820
SKD61, SKD11 168015 ©
(1.2344, 1.2379) ap (mm) 0.40 0.50 0.50
Below 255HB
ae(mm) 0.16 0.20 0.10
Siiiess s 2 o 280 5,570 | 2,230 | 4,560 | 1,820 | 4,240 | 1,700
SUS304 Jcso1s
Below 250HB ap(mm) 0.40 0.50 0.50
ae(mm) 0.16 0.20 0.10
Mold steel 300 5,970 | 2,390 | 4,770 1,910 | 4,550 | 1,820
HPM7, PX5, P20 | JC8015

<7}
;m
ap

(1.2311, P20) DH102 ap(mm) 0.40 0.50 0.50
30-36HRC
ae(mm) 0.16 0.20 0.10
Mold steel 280 5,570 1,670 4,560 1,370 4,240 1,270

NAK80, HPM1, P21
(1.2311, P21) DH102
38-43HRC

ap (mm) 0.40 0.50 0.50
ae (mm) 0.16 0.20 0.10

Q
;m
ap

Hardened die steel 250 4,970 750 3,980 600 3,790 570
SKD61, DAC, DHA DH102
(1.2344, 1.2379)

42-52HRC

ap (mm) 0.40 0.50 0.50
ae(mm) 0.16 0.20 0.10

QU
I ?m
ap

[}
o

Hardened die steel 200 3,980 600 3,180 480 3,000 450

SKD11, SLD, DC11 DH102

(1.2344, 1.2379) g‘j ap(mm) 0.40 0.50 0.50
55-62HRC
e (mm) 0.16 0.20 0.10
Grey & Nodular ae | 350 6,960 | 3,480 | 5,570 | 3,340 | 5,300 | 3,180
cast iron Jcso15 g
FC, FCD (GG, GGG) | DH102 ap (mm) 0.40 0.50 0.50
Below 300HB
ae(mm) 0.20 0.25 0.20

£: Overhung length, ap: Depth of cut, Qe: Pick feed, Vc: Cutting speed, N: Spindle speed, Vi Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35533535 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, upto5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, upto 10Dc ° °
4) Use air blow to flash out the chips out. P




Tooling by DI, -

(%)
E ’Mirror Radius FRMTvyre ‘
=
% I RECOMMENDED CUTTING CONDITIONS /SIDE FACE FINISHING
Z‘; @ FRM type insert + Carbide shank holder (C-Body)
=
= Cutting Tool dia. (mm)
Work Insert | Type of speed ®25 ®30 32
Materials Grades| machining Ve
(m/min) n Vi ) n Vi ) n Vi )
(min") (mm/min) (min’") (mm/min) (min’") (mm/min)
Carbon steel ae | 300 3,820 | 1,530 | 3,180 | 1,270 | 2,980 | 1,190
S50C, S55C 168015 =
(C50, C55) ap(mm) 0.80 1.0 12
Below 250HB
e (mm) 0.10 0.10 0.10
Die steel Ae | 300 3,820 1,530 3,180 1,270 2,980 1,190
SKD61, SKD11 1C8015 ©
(1.2344, 1.2379) ap (mm) 0.80 1.0 12
Below 255HB
ae(mm) 0.10 0.10 0.10
Stainless stesl 2 o 280 3,560 | 1,420 | 2,970 | 1,190 | 2,780 1,110
SUS304 JC8015
Below 250HB ap(mm) 0.80 1.0 12
e (mm) 0.10 0.10 0.10
Mold steel SN 300 3,820 1,530 3,180 1,270 2,980 1,190
HPM7, PX5, P20 | JC8015 =
(1.2311, P20) DH102 ap (mm) 0.80 1.0 12
30-36HRC
e (mm) 0.10 0.10 0.10
Mold steel ae | 280 3,560 1,070 2,970 890 2,780 830
NAK80, HPM1, P21 | 60 =
(1.2311, P21) ap (mm) 0.80 1.0 1.2
38-43HRC
e (mm) 0.10 0.10 0.10

Hardened die steel 250 3,180 480 2,650 400 2,480 370
SKD61, DAC, DHA DH102
(1.2344, 1.2379)

42-52HRC

ap (mm) 0.60 0.80 1.0
ae(mm) 0.10 0.10 0.10

QU
I ?m
ap

[}
o

Hardened die steel 200 2,540 380 2,120 320 1,990 300

SKD11, SLD, DC11 DH102

(1.2344, 1.2379) ap(mm) 0.60 0.80 1.0
55-62HRC
e (mm) 0.10 0.10 0.10
Grey & Nodular ae | 350 4450 | 2,670 | 3,710 | 2,230 | 3,480 | 2,090
cast iron Jcso15 g
FC, FCD (GG, GGG) | DH102 Zi 0.80 10 12
Below 300HB
ae(mm) 0.20 0.20 0.20

£: Overhung length, ap: Depth of cut, Qe: Pick feed, Vc: Cutting speed, N: Spindle speed, Vi Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35033?55 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, up to 5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, up to 10Dc ° °
4) Use air blow to flash out the chips out. . up




- ling by DIJET

) ) =
’error Radius FRMryre ‘ 2
>
=
I RECOMMENDED CUTTING CONDITIONS/ BOTTOM FACE FINISHING =
@ FRM type insert + Carbide shank holder (C-Body) §'
Cutting Tool dia. (mm) )
Work Insert Type of speed ®8 ®10 ®12
Materials Grades | machining Ve
. n Vi n Vv n Vi
(m/min) | (miny (mm/rfnin) (min“) (mm/;nin) (min!) (mm/rf'nin)
St e ac _of | 260 | 10,340| 3,100 | 8,280 | 2,480 | 6,900 | 2,070
S50C, S55C TG 7
(C50, C55) ap(mm) 0.15 0.15 0.20
Below 250HB
o o 10 12 15
Dio steol ac o | 260 | 10,340 3,100 | 8,280 | 2,480 | 6,900 | 2,070
SKDB1,SKD11 | jgn1e =
(1.2344, 1.2379) ap(mm) 0.15 0.15 0.20
Below 255HB
e (mm) 1.0 12 15
i i _t a o 240 9,550| 2,860 | 7,640 2,290 | 6,360 | 1,900
SUS304 JC8015
Below 250HB ap(mm) 0.15 0.15 0.20
e (mm) 1.0 12 1.5
Mold steel ae o 260 10,340 | 3,100 | 8,280 | 2,480 | 6,900 | 2,060
HPM7, PX5, P20 | JC8015 =t—'ru
(1.2311, P20) DH102 ap (mm) 0.15 0.15 0.20
30-36HRC
ae(mm) 1.0 1.2 1.5
Mold steel e o 240 9,550 2,860 | 7,640 2,290 | 6,360 | 1,900
NAK8O, HPMI, P21 | a0 =
(1.2311, P21) ap (mm) 0.15 0.15 0.20
38-43HRC
ae(mm) 1.0 1.2 1.5
Merenes dlie siea A o 190 7,560 760 6,050 610 5,040 600
SKD61, DAC, DHA | puioo =
(1.2344, 1.2379) ap(mm) 0.10 0.10 0.15
42-52HRC
ae(mm) 0.70 0.90 1.1
Hardened die steel A o 130 5,170 520 4,140 410 3,450 410
SKD11,5LD, DCT1 | puioo L
(1.2344, 1.2379) ap(mm) 0.10 0.10 0.15
55-62HRC
ae (mm) 0.60 0.90 12
Grey & Nodular ac _of | 300 | 11,940 | 3,580 | 9,450 | 3,310 | 7960 | 3,180
cast iron JC8015 $ °
FC, FCD (GG, GGG)| DH102 ap (mm) 0.15 0.15 0.20
Below 300HB
Qe (mm) 12 1.5 1.8

£: Overhung length, ap: Depth of cut, Qe: Pick feed, Vc: Cutting speed, N: Spindle speed, Vi Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35033?55 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, up to 5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, up to 10Dc ° °
4) Use air blow to flash out the chips out. . up




Tooling by DI, -

(7]
E ’Mirror Radius FRMTvyre ‘
2
% I RECOMMENDED CUTTING CONDITIONS/BOTTOM FACE FINISHING
Z‘; @ FRM type insert + Carbide shank holder (C-Body)
=]
= Cutting Tool dia. (mm)
Work Insert Type of speed @16 ®20 @21
Materials Grades | machining Ve
(m/min) n Vi n Vi n Vi
(min") | (mm/min) (min™) | (mm/min) | (min) | (mm/min)
Carbon steel ae | a 260 5,170 | 2,070 | 4,140 | 1,660 | 3,940 | 1,570
S50C,S55C | Jog01s =
(C50, C55) ap(mm) 0.20 0.20 0.20
Below 250HB
e (mm) 2.0 2.5 2.5
Die steel a o 260 5,170 | 2,070 | 4,140 | 1,660 | 3,940 | 1,570
SKD61,SKD11 | joants —
(1.2344, 1.2379) ap (mm) 0.20 0.20 0.20
Below 255HB
e (mm) 2.0 2.5 2.5
e o 24 4,77 1,91 1 1,52 4 1,4
Stainless steel — & 3 Y 770 A | EH AU || B #50
SUS304 JG8015
Bolom SEOHE ap(mm) 0.20 0.20 0.20
ae(mm) 2.0 25 25
Vil ac ol | 260 | 5,170 | 2,070 | 4,140 | 1,660 | 3,940 | 1,570
HPM7, PX5, P20 JC8015 =\k—>“
(1.2311, P20) DH102 ap(mm) 0.20 0.20 0.20
30-36HRC
e (mm) 2.0 25 2.5
Mold steel A o 240 4,770 | 1,430 | 3,810 | 1,140 | 3,640 | 1,090
NAK8O, HPM1, P21 | o =
(1.2311, P21) ap(mm) 0.20 0.20 0.20
38-43HRC
e (mm) 2.0 2.5 2.5
HerelEnes e ciss e o 190 3,780 570 3,020 450 2,880 430
SKD61,DAC, DHA | puioo -
(1.2344, 1.2379) ap (mm) 0.15 0.15 0.15
42-52HRC
Qe (mm) 1.4 1.8 1.8
ST ac o | 130 | 2,500 | 390 | 2,070 | 310 | 1,970 | 290
SKD11,5LD, DC11 | pri10o 7
(1.2344, 1.2379) ap(mm) 0.15 0.15 0.15
55-62HRC
e (mm) 12 15 1.5
Grey & Nodular ac o | 300 | 5970 | 2,390 | 4,770 | 1,910 | 4,550 | 1,820
cast iron JC8015 =t—) °
FC, FCD (GG, GGG)| DH102 ap (mm) 0.20 0.20 0.20
Below 300HB
e (mm) 2.4 3.0 3.0

£: Overhung length, a@p: Depth of cut, Qe: Pick feed, Vec: Cutting speed, N: Spindle speed, Vf: Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35033?55 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, up to 5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, up to 10Dc ° °
4) Use air blow to flash out the chips out. . up




- ling by DIJET
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’error Radius FRMryre ‘ 2
>
=
I RECOMMENDED CUTTING CONDITIONS/BOTTOM FACE FINISHING o
@ FRM type insert + Carbide shank holder (C-Body) §'
Cutting Tool dia. (mm) )
Work Insert Type of speed 25 ®30 @32
Materials Grades | machining Ve
(m/min) n Vi n Vi n Vi
(min") | (mm/min) (min™) | (mm/min) | (min) | (mm/min)
Carbon steel ae o 260 3,310 1,320 | 2,750 | 1,100 | 2,580 | 1,030
S50C,S55C | Jog01s =
(C50, C55) ap(mm) 0.20 0.20 0.20
Below 250HB
e (mm) 3.0 4.0 4.2
Die steel a o 260 3,310 | 1,320 | 2,750 | 1,100 | 2,580 | 1,030
SKD61,SKD11 | joants —
(1.2344, 1.2379) ap(mm) 0.20 0.20 0.20
Below 255HB
ae(mm) 3.0 4.0 4.2
e o 24 1,22 2,54 1,02 2
S _t a o 0 3,050 ,220 ,540 ,020 ,380 950
SUS304 JG8015
Bolom SEOHE ap (mm) 0.20 0.20 0.20
ae(mm) 3.0 4.0 4.2
Mold steel e o 260 3,310 1,320 | 2,750 | 1,100 | 2,580 | 1,030
HPM7, PX5, P20 | JC8015 =\k—w
(1.2311, P20) DH102 ap(mm) 0.20 0.20 0.20
30-36HRC
e (mm) 3.0 4.0 4.2
Mold steel A o 240 3,050 910 2,540 760 2,380 710
NAK8O, HPM1, P21 | o =
(1.2311, P21) ap(mm) 0.20 0.20 0.20
38-43HRC
e (mm) 3.0 4.0 4.2
Hardened die steel A o 190 2,420 360 2,010 300 1,890 280
SKD61,DAC, DHA | puioo -
(1.2344, 1.2379) ap(mm) 0.15 0.15 0.15
42-52HRC
e (mm) 2.2 2.7 2.8
IEUR. S ac of | 130 | 1,650 | 250 | 1,380 | 200 | 1,290 | 190
SKD11,5LD, DC11 | pri10o 7
(1.2344, 1.2379) ap(mm) 0.15 0.15 0.15
55-62HRC
e (mm) 1.8 2.2 2.3
Grey & Nodular ac o | 300 | 3,820 | 1,900 | 3,180 | 1,590 | 2,980 | 1,490
cast iron JC8015 =t—) °
FC, FCD (GG, GGG)| DH102 ap (mm) 0.20 0.20 0.20
Below 300HB
e (mm) 3.0 4.0 4.2

£: Overhung length, a@p: Depth of cut, Qe: Pick feed, Vec: Cutting speed, N: Spindle speed, Vf: Feed speed

B NOTE Overhung length Ve v
1) The cutting parameters to be adjusted according to the machine rigidity #/De (m/min) (mm/min)
or work rigidity. 35033?55 100% 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc N N
3) In case of overhung length over 3 x Dc, cutting speed and feed speed to Over 3Dc, up to 5Dc 70% 70%
be reduced according to the right table. 5Dc~10Dc 50% 50%
i ; Over 5Dc, up to 10Dc ° °
4) Use air blow to flash out the chips out. . up
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‘Under Cutter DUM~TyrE \

Side relief cutting for blanking dies and shearing dies.
R6 corner radius insert can reduce the risk of cracking
at edge of dies after hardening.

@ DUM-6R type (Straight shank)
&
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DUM-6R type

(Straight shank)

1)
(=]

.Hm

) @ DUM-MT type (MT shank)
—— [ ey
-

@ DUM-W*R type

] ﬁ_.“— (Straight shank - with corner radius)
[T
DUM-W*R type b el
(Straight shank - with corner radius) ' —— L 1
H BODY
No. of Applicable Inserts . .
Insertwith Dimensions (mm)
Cat. NO. StOCk corner radius
Bottom | Shank
Side | Sae Perperal DG\ [ € 2 | L2 | Ls | L |oD1|pDs| Md

DUM-25023820-W2R| [ 1 1 — | 25 | R2 |23.5| 48.5|201.5 19.3| 20
DUM32034S25-6R O 1 3 34 83 |167 250 24.5 _

- 25
el I R PR R e
DUM320184T-MT5 O 1 3 34 |184 |136 | 320 | 24.5 | MT5 |mM20x2.5
DUM-32033S25-W6R| [ 1 1 1 33 58 |192 245| 25
DUM36038S32-6R O 1 3 36 38 89 |161 31
DUM36050S32-6R O 1 5 R6 |50 101 149 32
DUM40040S32-6R O 2 8 40 40 91 159 315
DUM40052S32-6R O = 2 |10 52 |103 |147 | 250 ' 32 | —
DUM50020S42-6R O 2 2 20 70 180 41
DUM50036S42-6R O 2 6 50 36 87 |163 40 49
DUM50050S42-6R O 2 |10 50 |107 (143 40
DUM-50055S842-W6R| [ 2 2 8 55.7| 90 |160 41

Note) 1. All cutters are supplied without inserts.
2. Please refer page C216 for recommended cutting conditions.

[ @ : Standard stock items [ : Stock in Japan O : Soon to be deleted
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‘Under Cutter DUMrTyre \ =
>
=7
H PARTS (1)
Applicable inserts Parts =)
Applicable Bottom side (R) | Shank side (L) Peripheral Clamp screw Wrench %
holders O & “ \\
l: vl
DUM-6R type - APGW150360L| SPGA090304 | DSW-4085 A-15T
DUM-MTS type or
DUM-W?2R type ZPMT13T320R | ZPMT13T320L SPMAO90304 DSW-307 A-10
DUM-WG6R type | APGW150360R| APGW150360L DSW-4085 A-15T
Note) All cutters are supplied without inserts. Clamp Recommended torque
amp screw Nem.
DSW-4085 3.6
DSW-307 1.4
B INSERTS
Fig.1 Peripheral insert Fig.2 Shank side insert

e

Fig.3 Bottom side insert Fig.4 Shank side insert

Fig.5 Bottom side insert

PVD coated Dimensions (mm)
Cat. No. Fig.
JC5015 JC5040 A B T re a’
SPGA090304 o 9.525 — 3.18 0.4 11° 1
SPMA090304 [ J 9.525 = 3.18 0.4 11° 1
APGW150360L [ ) (] 9.525 | 15 3.18 6.0 11° 2
APGW150360R [ 9.525 | 15 3.18 6.0 11° S|
ZDMT13T320L [ [ 12.9 7.938 3.97 2.0 15° 4
ZPMT13T320R [ J (] 13.3 7.938 3.97 2.0 11° 5

10 inserts per case

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted }
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E ‘Under Cutter DUM-yrE \
@
§ I RECOMMENDED CUTTING CONDITIONS
= Tool dia. WOFKMMc’Zterhlafls C.)|e[1)st iron (FC, FC1DD) 1DD|e steel (SKDzIJ
— D ax. depth of cut ap= c, ap= c, ap= c, ap= c,
¢ b (mm) Cutiing conditions—""|  ae=1mm ae=2mm ae=1mm ae=2mm
N (min-") 1,000 — 900 —
25
V£ (min/min) 350 — 270 —
N (min-') 800 650 600 —
32
Vf (min/min) 300 170 170 —
N (min") 700 570 620 530
36
V£ (min/min) 280 150 190 110
N (min") 800 640 720 560
40
V£ (min/min) 450 290 350 200
N (min) 700 570 640 510
50
V£ (min/min) 420 280 350 220

N: Spindle speed, Vf: Feed speed, ap: Axial depth of cut, ae: Radial depth of cut
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|Under Cutter DUMrTyre \ =
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I CASE STUDIES =)
Side relief milling Part name | Trimming die 8
_ =
g Material SKD11
Hardness | —
_ Tool No. DUM50050S42-6R
S| Gase | APGW150360L, JC5040
SPGA090304, JC5040
Sheed’ | 600 (min')
5 g;éi’&g 94 (m/min)
£ | Feeo 200~400 i
T | speed ~ (mm/min)
o
g | feed 0.33~0.67 (mm/rev)
3
- D ap=30 (mm), ae=1.5 (mm
= | Observed smooth cutting and normal o cut p=30 (mm) (mm)
& | wear on the insert after machined 4 dies.
Coolant Dry
Overhung length: 160mm Partname | Trimming die
E Material —_
=
Hardness [ —
_ Tool No. DUM-25023520-W2R
S| ae | ZPMT13T320R, JC5040
ZDMT13T320L, JC5040
Shei | 1,000 (min')
. S;g(i;&g 78.5 (m/min)
£ | Feed 200~400 i
=] speed ~ (mm/min)
o
-:-é: r;‘;d 0.2~0.4 (mm/rev)
_ ® | Deptn ap=10~20 (mm),
S | Drastically improved productivity Cile ae=1~1.5 (mm)
£ | compared with HSS end mill.
Coolant Dry




|Aero Chi“er ALXrtvpe \

Possible for Highprecision & High efficient G!Boady,
machining forAluminium & Titanium alloys _s..cpace rooing
for Aerospace parts machining.
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Improved body durability by
G—B@dy ultra-rigid “G-Body”.

Qnternal Coolant SuppID

High Precision

True 90 degrees shoulder milling up to 15 mm
D.0.C

T High metal removal rate (Aluminium alloy,
Multi-purpose 0=2,250cc/min by dia 50mm cutter). Key on the
Ramping, Shoulder milling, Slotting, Pocket milling and lsjtaacl:(i?iltde R P3G T £ AT
Helical interpolation are possible. V.

GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over
G B d 65HRC and secure insert pocket and holder against thermal deformation. Improved body durability
— @ y and tool life compared with competitor‘s tool. Make it difficult to be damaged even under severe

cutting conditions. Also rust-proof and anti-welding effect is much improved.




‘ﬂiiﬂ Chipper ALXrtvpe \

Il CUTTING PERFORMANCE of DIJET against competitor Jemspace Tooling G—B@dy

=)
=1
@
>
)
=
@
)
=L
7

M Accuracy comparison on cutting edge (Nominal dia.: ¢ 25) High Precision

Actual dia.(mm)
247 2475 248 2485 249 2495 25

16

15 | DIJET: 0.03mm
14 | \\ '

13 | Nl

3 N

e

1 Competitor B: 0.173mm

Measuring location (mm)

- N W~ 00O N © ©
L

AERO CHIPPER showed much precise dimensions on insert than competitor B’sinsert.
Accuracy on cutting edge DIJET: 0.03mm, Competitor B: 0.173mm

M Accuracy comparison on machined wall W Accuracy comparison on machined wall [l ]INZGHE ()]

(ap=15mm, fz=0.4mm/t) (ap=15mm, fz=0.6mm/t)
Remains « » Over cut (um) Remains « » Over cut (um)
-40 30 20 -10 0 10 20 30 40 40 -30 20 -10 0 10 20 30 40
! 20 ‘ 20
- 19 » F19
- 18 / - 18
F 17 17
L 16 ¢ - 16
15 — -15
< 14 E { 5 F14 E
P13 g \ 13 <
12 2 F12 2
11 8 N~ 11 8
-10 2 \ L10 2
L 9 ‘8‘ L9 §
\\ - 838 \ -8 8
L7 L7
Competitor B: 70pm } r6 6
r S Competitor B: 60pm 5
Fo4 4
/ L3 ¥é L3
Lo /‘ L5
Fo1 Fo1
L L ©

Tool dia.: (25 (DIJET: Modular head MAL + MSN carbide shank holder)
Work material: A5056 N=20,000 (min™'), Vc=1,570 (m/min), ap=15 (mm) (2 times), 8e=3 (mm), Wet, Down cut

During 15mm cutting length, AERO CHIPPER showed 4 times better accuracy.
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_g Face Milling Pocket Milling
=
e 4
g pi . ° s g
©
b
)
Lt
B BODY / FACE MILL TYPE
Dimensions (mm) Parts

8 S Max. Clamp Screw | Wrench

3|2 < |spindle [ & \

Type | Cat. No. & (0 |eDc| Li |@Dbled [@di| a | b | £ | § | speed | £ %

2 2 | (min) /

&
Vet ALX4050R-22 |®| 4150 50| 45|22 |16.5/10.4| 5 |20]0.4|24,000| =
e .= [DSW-4085 A-15T

ALX5063R-22 |®| 5| 63| 50| 5022165104/ 5 120(0.621,000| =

Note) 1. Please refer page C224-C225 for recommended cutting conditions —

2. All cutters are supplied without inserts Modular Head Tvpe Please refer Page B147
3. Body must be modified to 1.5mm radius or 1.2mm chamfer Glamp screw | Recommended torque
at corner to use 3.0mm or 3.2mm corner radius insert. TS “;.'em)

4. In case of cutting speed over 1,000m/min, please use arbor which is
balanced for high RPM. (Recommended to use Grade G6.3 arbor)
Body must be modified to 2.6 radius or 2.3 chamfer at corner to use
4.0mm corner radius insert.

o

[ @: Standard stock items  [J: Stock in Japan ~ O: Soon to be deleted




|Aero Chi“er ALXrtvpe \

' )
(=17 IK Through Coolant Hole (.‘ “ ﬁ w | @‘
7. Face Milling Pocket Milling Shoulder Milling Sl Helical Interpolation,

=)
=1
@
>
)
=
@
)
=L
7

Ls
L
M BODY / END MILL TYPE
Dimensions (mm) Parts
Max. Clamp Screw | Wrench
Type Cat. No. semu(PDC 02 |os | L |oDs Z‘gggf Insert \X
jofoN e
MJ01S (mm ) & /
ALXM1020820 (@ | 1| 20 | 35| 75|110| 20 15,000 DSW-4075
ALXM2025825 (@ |2 | 25 | 50 | 75|125] 25 |40,000
Regular | ALXM2028525 (@ | 2 | 28 | 50 | 75|125] 25 [36,000 }
woe  [axmeoszss2 [@]2 | 32 50 100 150 32 33000] PR |ngwa0ss) ATOT
ALXM2035832 (@ |2 | 35 | 50 |100|150| 32 31,000
ALXM3040832 (@ | 3| 40 | 80 | 90|170| 32 [28,000

Note) 1. Please refer page C224-C225 for recommended cutting conditions Modular Head Type Please refer Page B147
2. All cutters are supplied without inserts

3. Body must be modified to 1.5mm radius or 1.2mm chamfer Clamp sorew | Recommended torque
at corner to use 3.0mm or 3.2mm corner radius insert. )
A ) L DSW-4075 3.6
4. In case of cutting speed over 1,000m/min, please use arbor which is TSN 5

balanced for high RPM. (Recommended to use Grade G6.3 arbor)
5. Body must be modified to 2.6 radius or 2.3 chamfer at corner to use
4.0mm corner radius insert.

H PART TO BE MODIFIED FOR MOUNTING XOGT160540PDFR TO ALX/MAL BODY

|part to be machined |part to be machined

/

R2.6 C2.3
to be to be
machined machined

additionally additionally

@: Standard stock items  []: Stock in Japan ~ O: Soon to be deleted ]
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H INSERTS
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JC5118 Ny .

Tole- Dimensions (mm) Uncoated | PVD coated
Cat. No. rance
A B C T re FZ05 JC5118

X0GT160502PDFR | G | 20.8 | 16.35 | 2.5 5 0.2 °
XOGT160504PDFR | G | 21.0 | 16.35 | 2.4 5 0.4 °
XOGT160508PDFR | G | 21.0 | 16.35 | 24 5 0.8 °
XOGT160512PDFR | G | 20.9 | 16.35 | 25 5 1.2 °
XOGT160516PDFR | G | 20.7 | 16.35 | 2.6 5 1.6 °
XOGT160520PDFR | G | 20.6 | 16.35 | 2.8 5 2.0 °
X0GT160525PDFR | G | 20.3 | 16.35 | 3.0 5 2.5 °
X0GT160530PDFR | G | 20.1 | 16.35 | 3.3 5 3.0 °
XOGT160532PDFR | G | 19.9 | 16.35 | 35 5 3.2 °

@ X0GT160540PDFR | G | 19.1 [ 16.35 | 4.3 5 | 40 °
XOGT160502PDER | G | 20.8 [ 16.35 | 25 5 0.2 °
XOGT160504PDER | G | 21.0 | 16.35 | 2.4 5 0.4 °
XOGT160508PDER | G | 21.0 | 16.35 | 2.4 5 0.8 °
X0GT160512PDER G | 209 |16.35 | 25 5 1.2 ()
XOGT160516PDER | G | 20.7 | 16.35 | 2.6 5 1.6 °
X0GT160520PDER | G | 20.6 | 16.35 | 2.8 5 2.0 °
X0GT160530PDER | G | 20.1 | 16.35 | 3.3 5 3.0 °
X0GT160532PDER | G | 19.9 | 16.35 | 35 5 3.2 °

10 inserts per case

[ @ : Standard stock items ] : Stock in Japan ~ © : Soon to be stocked O : Soon to be deleted
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Il CASE STUDIES )
1. Pocket milling for Aluminium alloy s|
Work size: 580x600x760 . S
Part name Test piece 7y
f,- Material A5052
=
] Hardness -
@ _ Tool No. ALX4050R-22
o
= Grade XOGT160504PDFR (FZ05)
/ W () 1,885m/min (12,000min™")
@ VA, (f 2) 9,000mm/min (0.19mm/t)
(=]
g aAp (mm) 5mm
2 e (mm) 50mm
= | Metal removal rate was maximum E
5 Q=2.250cc/min. Low spindle load Coolant Water soluble (External)
e | and good surface roughness. Machine Horizontal MC
2.Titanium alloy (Thin shape work)
Overhung length: 100mm Part name Aircraft parts
= Material Ti-6Al-4V
=
'.,.-"'E Hardness 41HRC
T
e ! _ Tool No. ALX5063R
""" "T! 1] 8
L) i T Grace XOGT160508PDER (JC5118)
H 3040 . .
Ve, (n) 40m/min (200min-")
a8 @ Vi, (f 2) 100mm/min (0.Tmm/t)
1=
E ap (mm) 8mm
o
2 Ae (mm) 40mm
= | Metal removal rate was maximum E
Z Q=832cc/min. No chattering on such thin Coolant Water soluble (External)
= | shape work. ) .
Machine Vertical MC
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Tooling by DIJET

B INSTRUCTIONS FOR PROFILE MILLING

Ramping
Aluminium alloy | Stainless steel Max.
Tool dia. | ax. Total Max. Total deptht of
(mm) | ramping | cutting | ramping | cutting (r?]l:n)
angle (°) |length(mm)| angle (°) [length (mm)
ebc| &2 L | 00 L ap
20 16 28 10 45 8
25 11 41 9 51 8
28 9 51 7 65 8
32 7 65 6 76 8
35 6 76 6 76 8
40 B 91 5 91 8
50 4 [ 114 4 | 114 8
B NOTE 63 3 | 153 3 153 8

1) In case of ramping, apply 70% or less feed per tooth from slotting application. (Page C225)
2) In case of Titanium alloy and Stainless steel, feed per tooth up to 0.05mm is recommended.
3) In case of Titanium alloy and Stainless steel, recommended wet cutting.

Helical Interpolation

@Dn

@ Calculation of tool pass dia.
@dc=¢Dh—¢@Dc

Tool pass dia. Bore dia. Tool dia.
@ Max. bore dia.
@Dh=(¢@Dc-r¢@-0.3)x2
@ Min.bore dia.

@Dc
1
I

>4 @Dh=(¢@Dc—C 0.3)x2
@ Depth of cut per one circuit should not exceed max.
. depth of cut ap
@dc @ Down cutting is recommended, so tool pass rotation
should be counter clockwise.
Tool dia. (mm) Min. bore dia. (mm) Max. bore dia. (mm) | Helical interpolation depth/tool path rev. (mm)
¢Dc @Dh min. ¢ Dh max. Aluminium alloy | Stainless steel
20 36.8 38.6 15 9
25 46.8 48.6 13 11
28 52.8 54.6 12 10
32 60.8 62.6 11 10
35 66.8 68.6 11 11
40 76.8 78.6 10 10
50 96.8 98.6 10 10
63 122.8 124.6 10 10
M NOTE
1) Min. & Max. bore dia. at this table is for insert corner radius R0.4, so in case ofthe other corner radius, please
calculate Min. & Max. bore dia. according to the above table for “Calculation of tool pass dia.”
2) In case of helical interpolation, apply 70% or less feed per tooth from slotting application (page C225).
3) In case of Titanium alloy and Stainless steel, feed per tooth up to 0.05mm is recommended.
4) Incase of Titanium alloy and Stainless steel, recommended wet cutting.
Drilling
Insert corner radius (mm) Max. drilling depth: Z (mm)
| re Z
i o 0 2 ; Up to R2.5 3
R3/R3.2 2
(X) re

M NOTE
1) Do not continue ramping after drilling.

2) In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
3) Long consecutive chips may come out in case of drilling, confirm the safe condition sufficiently.
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Il RECOMMENDED CUTTING CONDITIONS %
@ FACE MILL TYPE s|
Tool dia. (mm) S
WOI’.k Insert 50 63 @
Materials Grades L ap ae n Vi L ap e n Vi
(mm) | (mm) (mm) (min') |(mm/min)| (mm) | (mm) (mm) | (min") |(mm/min)
o 100 8 35 (6,300 |5,040] 100 8 45 15,000 |5,000
Aurinim aloy F205 [150 | 4 | 35 |6,300 3,020 150 | 4 | 45 5000 3,000
200 3 35 (6,300 |1,760] 200 3 45 15,000/ 1,750
e Jestyg | 100 | 8 |85 [ os0 | sso[ 100 | 2 [ 45 | 760 s80
Below 250HB 150 2 35 950 190| 150 2 45 760 | 190

£: Overhunglength, ap: Axialdepthofcut, @e: Widthofcut,N: Spindlespeed, Vi: Feedspeed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case chatter occurrs, recommend to reduce depth of cut or spindle speed.
3. In case of full slotting, recommend to reduce spindles peed and feed speed by70% of above
figures. And depth of cut ap up to 8mm is recommended.

@ END MILL TYPE

Tool dia.(mm)

Type
Wor.k Insert of 20 25 28
Materials Gradesfmachin-f 5 " | a6 | n | vi | ap | @ | n | Vi | ap| @ | n | Vi
NG 1 (mmy) | (mm) | (Min) |m@mmin) [ (mm) | (mm) | (min) |@mmin | (mm)| (mm) | (min) | mmmin)

» shouder | 12 | 4 [14,00012,800] 12 | 5 [12,000{4,800 | 12 | 5.6 (11,000 4,400
Aluminiumaloy | p705 | Miina |78 14 (14,002,520 8 | 18 [12,000[4,320 | 820 11,003,960

0-110HB

e Soting | 6 | 20 112,000/2,400) 6 | 25 [10,000/4,000| 8 28 | 9,2003,680

, shouder| D | 4 | 2400] 240 5 5 1900 380| 5| 6 1,700 340

Sanless steel |ycs118] Mo |2 |14 |2400] 240] 2 | 8 |1900] 380 | 220 |[1700] 340
soting | 2 | 20 | 2,000 100 2 | 25 | 1600 160 [ 2|28 | 1400 140

Tool dia.(mm)

Type
Work Insert of 32 35 40
Materials Grades|machin- ap | ae n vi | ap | ae n Vi a0 | ac n Vi
Ing (mm) | (mm) | (Min") [mmmin) | (mm) | (mm) | (mMin™) {mmmin) | (mm)| (mm) | (Min") |mm/min)

shouder | 12 | 6.4 19,500 |3,800( 12 7 19,000 3,600 | 12| 8 7,800 4,680

Ay | Fzos [ Mine |8 122 [9,500(3,420] 8 | 25 [9,000(3,240 | 8| 28 |7,800 [4,210

soting | 8 |32 [8,000(3,200] 8 | 35 |7,200(2,880 | 8| 40 6,400 |3,840
o | shouder| 8 |6 |1,500) 300| 8 | 7 [1,355| 271 | 3| 8 |1,200| 360
saniesssieel |ycs118| Mine |37 122 [1,500| 300| 3 | 25 |1,355| 271 | 2| 28 1,200 | 360
soting | 2 [35 [1,200] 120] 2 |35 [1,700] 110 | 1] 40 1,000 150

ap: Axial depth of cut, @e: Width of cut, N: Spindle speed, Vf: Feed speed

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case chatter occurrs, recommend to reduce depth of cut or spindle speed.
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Tooling by DIJET

The multi-purpose indexable end mill for intelligent -
miﬁing in gﬁ Hirections. . /’ Z’

Shoulder Milling Slotting

1. Ramping, plunge milling, copy milling and also drilling capability.

2. Excellent performance in opened and closed slotting, spot facing and cavity milling. r
3. Large depth of cut and low cutting force at higher feed rate for high productivity. ‘l

4. Secure cutter geometry, insert geometry and grades are solutions in any operation.

5. Polished insert for Aluminium is also available. hocket Niling S Copy Miling

@ ‘
Helical Interpolation Spot Facing

\Helical Interpolation)

( P )

. Copy Milling )

( )

. Pocket Milling
( )

\ Drilling )
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Fig.1
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Clamp Screw Recomr‘n(eNrid:)d torque
TSW-2250 0.6
ESW-206 0.9
DSW-307 1.4
TSW-408 3.1
H BODY DSW-4510H 6.0
No. of Inserts Dimensions (mm) Inserts Parts
© Central |Peripheral [Clamp Screw| Wrench
Cat. No. Stock | g ol ¢ | 21le2| L lobs “ Fig.
HH ez S
SECM1616S16 | @ 16 |16 | — | 50| 130| 16 |zDMT08T208LO |ZPMT09T208R0 [TSwW-2250 | A-07SD | 1
SECM2021S20 | @ 20|21 | — | 55|130] 20 |z0MT100308LO |ZGMT100308RO |ESw-206 | A-08SD | 1
o |SECM2121S20 | O 21|21 | — | 35|130| 20 |zDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD | 1
S |SECM2427S25 | O 24 127 | — | 60 [140| 25 |zDMTI3T300LO|ZPMT13T300R0|DSW-307 | A-10 1
g SECM2527825 | @ | 1 | 3 | 25|27 | — | 60 |140| 25 |ZDMT13T300LO|ZPMT13T300RO[DSW-307 | A-10 1
S |SECM2627S25 | [J 26 |27 | — | 40 | 140| 25 |zDMT13T300LO\ZPMT13T300R0|DSW-307 | A-10 1
@ |SECM3034832 | [ 30(34.5 — | 70 [150] 32 |zPMT150408LO |ZPMT160408RO |TSW-408 | A-15 1
SECM3234832 | @ 32|34.5 — | 70 | 150| 32 |ZPMT160400LO|ZPMT160400R0| TSW-408 | A-15 1
SECM3334832 | O 33(34.5 — | 50 [150] 32 |ZPMT160400LO|ZPMT160400RO| TSW-408 | A-15 1
SECML1616S15| @ 16 |16 | — | 30 | 150| 15 |zDMT08T208LO |ZPMT09T208R0 [TSW-2250 | A-07SD | 1
SECML1616S16| @ 16 (16 | — | 65|150 16 [z0MT08T208LO (zPMT09T208RO [TSW-2250 | A-07SD | 1
§ SECML2021S20| @ 20|21 | — | 65 |150| 20 |zDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD | 1
g» SECML2121820( O 21|21 | — | 35 [150] 20 |zDMT100308L0 |ZCMT100308RO |ESW-206 | A-08SD | 1
g SECML2427825( (1 [ 1 | 3 |24 |27 | — | 70 |180| 25 |20MT13T300LO|ZPMT13T300R0|DSW-307 | A-10 1
3 SECML2527825| @ 2527 | — | 70 [180] 25 |zDMTI3T300LO|ZPMT13T300R0| DSW-307 | A-10 1
<2 | SECML2627825| [J 26 |27 | — | 40 | 180/ 25 |zDMTI3T300LO|ZPMT13T300R0|DSW-307 | A-10 1
SECML3234832(| @ 3234.5 — | 80 | 190| 32 |zPMT160400LO|ZPMT160400R0| TSW-408 | A-15 1
SECML3334832| L1 33(34.5 — | 50 [190] 32 |zPMT160400LO|ZPMT160400R0| TSW-408 | A-15 1
Note) 1. All cutters are supplied without inserts. Modular Head Type

2. Please refer page C232-C236 for recommended cutting conditions.
3. Body must be modified to 1.5mm radius or 1.2mm chamfer at corner to use 3.0mm or 3.2mm corner radius insert.

@ Standard stock items [: Stock in Japan ~ O: Soon to be deleted }
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Clamp Screw Recomr‘n(eNlid:)d torque
TSW-2250 0.6
ESW-206 0.9
DSW-307 1.4
TSW-408 3.1
H BODY DSW-4510H 6.0
No.ofnserts|  Dijmensions (mm) Inserts Parts
— | ® Central |Peripheral|ciamp screw| Wrench .
Cat. No. Stock g i ) 2 Fig.
8 gquc 2 | 2182 | L lpDs ' @ /
SECL1616S15 | @ 16 16 |— | 30|180| 15 [z0MT08T208LO |ZPMTO9T208RO |TSW-2250 | A-07SD | 1
SECL1616S16 o 16 (16 |— | 75[180| 16 [zDMT08T208LO |ZPMTO9T208RO [TSW-2250 | A-07SD | 1
SECL2021S20 o 20|21 |— | 75|185| 20 |zoMT100308LO |ZCMT100308RO |ESW-206 | A-08SD | 1
© |SECL2121820 | I 21|21 |— | 35|185) 20 |zoMr100308LO |ZCMT100308RO |ESW-206 | A-08SD | 1
g SECL2427825 O 113 24 27 | — | 75/220| 25 |zoMT13T300LO|ZPMTI3T300RO[DSW-307 | A-10 1
§ SECL2527S25 o 2527 |— | 75(220| 25 |zDMT13T300LO|ZPMTI3T300R0|DSW-307 | A-10 1
SECL2627S25 O 26|27 |— | 40|220| 25 |zoMT13T300LO|ZPMT13T300R0|DSW-307 | A-10 1
SECL3034832 | [ 30 [34.5| — |100(180| 32 |zPMT150408LO |ZPMT160408RO |TSW-408 | A-15 1
SECL3234S32 | @ 321|345/ — | 90230/ 32 |zPMT160400L0|zPMT160400RO[TSW-408 | A-15 1
SECL3334832 | I 33|34.5|— | 50230 32 |ZPMT160400LO|ZPMT160400RO[TSW-408 | A-15 1
Note) 1. All cutters are supplied without inserts. Modular Head Type

2. Please refer page C232-C236 for recommended cutting conditions.
3. Body must be modified to 1.5mm radius or 1.2mm chamfer at corner to use 3.0mm or 3.2mm corner radius insert.

[ @ Standard stock items [: Stock in Japan ~ O: Soon to be deleted
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Il INSERTS
SERIES EXPANSION: POLISHED INSERT FOR ALUMINIUM
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ZXMT-L type 2% MT-LP type Te Fig.1 Central Insert

my\)w

(Central Insert) (Central Insert, Polished)
Z><MT-R type Z><MT-RP type
Ll
(Peripheral Insert) (Central Insert, Polished) LE/L*/ T
PVD coated Uncoated Dimensions (mm)

Cat.No- 1 jcsors | ucsos0 | Fz1s | A | B T a | re |79
ZDMT08T208L [ J [ ] 7.9 6 2.78 15 0.8 1
ZDMT08T208LP o 7.9 6 2.78 15 0.8 1
ZPMT09T208R [ J [ J 9 54 2.78 11 0.8 2
ZPMT09T208RP o 9 5.4 2.78 11 0.8 2
ZDMT100308L [ J [ J 10.4 6.35 3.4 15 0.8 1
ZDMT100308LP o 10.4 6.35 3.4 15 0.8 1
ZCMT100308R [ J [ J 10.4 6.35 3.4 7 0.8 2
ZCMT100308RP [ J 10.4 6.35 3.4 7 0.8 2
ZDMT13T308L ([ ([ 12.9 7.938 3.97 15 0.8 1
ZDMT13T308LP o 12.9 7.938 3.97 15 0.8 1
ZPMT13T308R [ J [ J 13.3 7.938 3.97 11 0.8 2
ZPMT13T308RP () 13.3 7.938 3.97 11 0.8 2
ZDMT13T320L [ J [ J 12.9 7.938 3.97 15 2.0 1
ZDMT13T320LP 0 12.9 7.938 3.97 15 2.0 1
ZPMT13T320R [ J [ J 13.3 7.938 3.97 11 2.0 2
ZPMT13T320RP 0 13.3 7.938 3.97 1 2.0 2
ZPMT150408L [ J [ J 15.45 | 9.525 | 4.76 11 0.8 1
ZPMT150408LP [ J 15.45 | 9.525 | 4.76 11 0.8 1
ZPMT160408L ([ ([ 16.45 | 9.525 4.76 11 0.8 1
ZPMT160408LP o 16.45 | 9.525 4.76 11 0.8 1
ZPMT160408R [ J [ J 16 9.525 | 4.76 11 0.8 2
ZPMT160408RP ([ 16 9.525 4.76 11 0.8 2
ZPMT160416L [ J [ J 16.45 | 9.525 | 4.76 11 1.6 1
ZPMT160416LP o 16.45 | 9.525 4.76 1 1.6 1

10 inserts per case
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§ Super End Chipper SECTYPE
)

§ M INSERTS

% SERIES EXPANSION: POLISHED INSERT FOR ALUMINIUM

= .

— 7% MT-L tvpe 7% MT-LP tvpe % Fig.1 Central Insert

1
——

(Central Insert) (Central Insert, Polished)
Z>%MT-R type Z><MT-RP type Fig.2 Peripheral Insert
(Peripheral Insert) (Central Insert, Polished)
PVD coated Uncoated Dimensions (mm)

cat. No. JC5015 | JC5040 | FZ15 | A B | T ac | re |9
ZPMT160416R o o 16 9.525 | 4.76 11 1.6 2
ZPMT160416RP O 16 9.525 | 4.76 11 1.6 2
ZPMT160420L [ ] [ ] 16.45 | 9.525 | 4.76 11 2.0 1
ZPMT160420LP O 16.45 | 9.525 | 4.76 11 2.0 1
ZPMT160420R o ([ 16 9.525 | 4.76 11 2.0 2
ZPMT160420RP O 16 9.525 | 4.76 11 2.0 2
ZPMT160430L o O 16.45 | 9.525 | 4.76 11 3.0 1
ZPMT160430LP O 16.45 | 9.525 | 4.76 11 3.0 1
ZPMT160430R [ ] [ ] 16 9.525 | 4.76 11 3.0 2
ZPMT160430RP O 16 9.525 | 4.76 11 3.0 2
ZPMT160432L [ d 16.45 | 9.525 | 4.76 11 3.2 1
ZPMT160432LP O 16.45 | 9.525 | 4.76 11 3.2 1
ZPMT160432R [ [ 16 9.525 | 4.76 11 3.2 2
ZPMT160432RP O 16 9.525 | 4.76 11 3.2 2

10 inserts per case

[ @ Standard stock items [: Stock in Japan ~ O: Soon to be deleted
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‘Suger End Chipper SECtvpe \

B CASE STUDIES

1. Deep machining for injection mold

Plunging and Side milling Part name Injection mold
;5 Material P20
Hardness 30-34HRC
= | Tool No. SECL3234532
= | Grade JC5040
. Ve () 1,400 (min'), 141 (m/min)
:_?E» Vi, (f 2) 508 (mm/min), 0.36 (mm/rev)
2 ap (mm) 19.05 (mm)
- | Increased the productivity by 5 | 2 | ae (mm) 25.4 (mm)
Z | times against dia. 50.8 radius EZ | Coolant Airblow
& | cutter with 5 flutes. Machine Vertical MC
2. High efficient machining for aluminium
Shoulder milling Part name Aluminium plate
; £ | Material Aluminium alloy
=
Hardness _
< | Tool No. SECML 3234532
S | Grade JC5040
o Ve (n 2,500 (min™"), 251 (m/min)
S| Vi(2 762 (mm/min), 0.3 (mm/rev)
E ap (mm) 38.1 (mm)
= | Increased the productivity 2| Qe(mm) 12.7 (mm)
@ | by 2.4 times against exsiting z Coolant Wetcut
& | indexable end mill. Machine Vertical MC
3. Slot milling
U groove milling . |_Partname Heat resistant plate
{ S Material Heat resistant alloy
Hardness —
5 | Tool No. SECML2527525
= Grade JC5040
” Ve, (n) 1,400 (min""), 110 (m/min)
S| Vi 635 (mm/min), 0.45 (mm/rev)
= | Increased feed speed by 1.6 g | _Qe(mm) 25.4 (mm)
2 | times andi mproved tool life by 2 | & Coolant Water soluble
£ | times compared with competitor. Machine Vertical MC
4. High efficient machining
Pocket milling » Part name Cavity mold
g Material S53C
Hardness —
5 | Tool No. SECM3334532
= Grade JC5040
. | Ve (n 1,200 (min"'),124 (m/min)
S| Vida) 320 (mm/min), 0.26 (mm/rev)
g ap (mm) 12 (mm)
= | Increased chip removal rate 2| 8e(mm) 23-33 (mm)
2 | andtool life by 3 times. 3 | Coolant Dry cut
o~ Q=8,000cm?/corner. Machine Vertical MC
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§ lSuper End Chipper SECtyre I
)
E Il RECOMMENDED CUTTING CONDITIONS
()
= @ 30, 32, ©33mm
|
-
Type of Machining ‘
& &
Work Insert Cutting ; g i
Materials Grades | conditions Slotting Shoulder milling Drilling
T N (min”) 1,490 1,390 1,590 1,590 1,490
(G50, C55) ap (mm) ~6 6~16 ~8 8~34 ~5
150-280HB
de (mm) — — ~16 ~6 —
Aloy steol n (min) 1,490 1,390 1,590 1,590 1,490
Sl JC5040 |Vt tmmiminy 420 280 480 350 300
(1.7223) ap (mm) ~6 6~16 ~8 8~34 ~5
150-280HB
de (mm) — — ~16 ~6 —
Vold steol N (min") 1,290 | 1,190 | 1,290 | 1,290 1,290
NAK, P20 JC5040 Vi (mm/min) 320 240 390 260 250
(asitrad | JC5015 | ap@mm) ~5 | 5-16 ~8 8~34 ~5
de (mm) — — ~16 ~6 —
Too! & Di steol N (min") 1,190 1,100 1,290 1,290 1,190
SKDB1, SKD11 105040 |V mm/min) 300 220 390 260 240
(1.2344, 1.2379) ap (mm) ~5 5~16 ~8 8~34 ~5
150-255HB
de (mm) — — ~16 ~6 —
N (min) 1,100 1,000 1,190 1,190 1,100
Stainless steel :
JC5015 | Vi (mm/min) | 275 200 360 240 165
SUS304, SUS316
150-250HB (JC5040) | ap (mm) ~5 5~16 ~8 8~34 -5
de (mm) — —_ ~16 ~6 _
st N (min) 1,690 1,590 1,790 1,790 1,690
Foos0, Fosoo | JC5015 | Viermmin) | 680 480 700 540 500
(GG25, GG30) (JC5040) | apmm) ~8 8~16 ~8 8~34 ~5
160-260HB
de (mm) — —_— ~16 ~6 _
. N (min-') 1,490 1,390 1,590 1,590 1,490
Nodular cas tiron
FcDe0o, Fcp7oo | JC5015 Vt (mm/min) 520 350 560 400 370
GGG60, GGG70 = =~ ~ ~ ~
( o ) | (JC5040) | apmm) 8 8~16 8 8~34 5
de (mm) - - ~16 ~6 —
N (min) 3,000 | 3,000 | 3,000 | 3,000 3,000
Aluminium alloy F715 Vi (mm/min) 1,200 900 1,500 900 900
50-110HB ap (mm) ~8 8~16 ~8 8~34 ~5
de (mm) — — ~16 ~6 —
N: Spindle speed, Vf: Feed speed, ap: Axial depth of cut, @e: Radial depth of cut
Note) 1. The cutting parameters to be adjusted according to the machine rigidity or
work rigidity.
2. In case of using medium long, long and extra long type, refer page C236 for
instructions for use of SEC type.
3. In case of ramping, ramping angle up to 3° is recommended.
(Refer right picture)
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Il RECOMMENDED CUTTING CONDITIONS )
S
@24, 25, p26mm o
7
Type of Machining
£ 8 8
Work Insert Cutting i i i
Materials Grades | conditions Slotting Shoulder milling Drilling
e el N (min) 1,910 1,780 2,040 2,040 1,910
S50C, S55C JC5040 Vi (mm/min) 520 350 610 400 470
(€50, C55) ap (mm) ~5 5~12 ~7 7~27 ~4
150-280HB
de (mm) — — ~12 ~5 =
N (min) 1,910 1,780 2,040 2,040 1,910
s Jcs0dp | Vimmin) | 480 320 550 | 360 380
(1.7223) ap (mm) ~5 5~12 ~7 7~27 ~4
150-280HB
Ae (mm) = = ~12 ~5 =
N N (min) 1,530 1,400 1,650 1,650 1,530
N JC5040 | Vi(mmmin) | 380 250 440 290 300
(1.2311, P20) JC5015 ap (mm) ~4 4~12 ~7 7~27 ~4
280-400HB
Ae (mm) = — ~12 ~5 —
To0! & Die steel n (min) 1,530 1,400 1,650 1,650 1,530
SKDB1, SKD11 105040 |_Vimmmin) | 380 250 440 290 300
(1.2344, 1.2379) ap (mm) ~4 4~12 =7 U= ]
150-255HB
ae (mm) = — ~12 ~5 —
n (min) 1,400 1,270 1,530 1,530 1,400
Sagérggsg 323361'6 JC5015 Vi (mm/min) 320 200 380 270 210
150-é5OHB (JCSO40) ap (mm) ~4 4~12 ~7 7"'27 ~4
de (mm) — — ~12 ~5 —
Cast iron n (min) 2,040 1,910 2,160 2,160 2,040
FC250, FC300 JC5015 Vf (mm/min) 700 470 750 540 600
GG25, GG
Ceoeonn. | (4C5040) | ap(mm ~5 5~12 ~7 7~27 ~4
de (mm) — — ~12 ~5 —
Nodular cast ron N (min-) 1,910 1,780 2,040 2,040 1,910
FCD600, FCD700 JC5015 Vf (mm/min) 570 390 650 460 480
(GGG6o, GGG70) | (JC5040) | ap (mm) ~5 5~12 ~7 7~27 ~4
170-300HB
ae (mm) o o ~12 ~5 S
n (min) 3,820 3,820 3,820 3,820 3,820
Aluminium alloy F715 Vi (mm/min) 1,340 960 1,900 960 1,150
S0-110H8 ap (mm) ~5 5~12 ~7 7~27 ~4
de (mm) — —_ ~12 ~5 —
N: Spindle speed, Vf: Feed speed, ap: Axial depth of cut, @e: Radial depth of cut
Note) 1. The cutting parameters to be adjusted according to the machine rigidity or
work rigidity.
2. In case of using medium long, long and extra long type, refer page C236 for
instructions for use of SEC type.
3. In case of ramping, ramping angle up to 3° is recommended.
(Refer right picture)
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§ lSuper End Chipper SECtyre I
)
r— B RECOMMENDED CUTTING CONDITIONS
>
()
20, p21
E @® 20, p21mm
Type of Machining
£ @ &
Work Insert Cutting i i i
Materials Grades conditions Slotting Shoulder milling Drilling
Carbon steel n (min) 2,390 2,230 2,550 2,550 2,390
S50C, S55C JC5040 Vi (mm/min) 600 380 680 510 480
(C50, C55) ap (mm) ~4 4~10 ~5 5~21 3
150-280HB
de (mm) — — ~10 ~4 —
n (min) 2,390 2,230 2,550 2,550 2,390
s Vi(mmimin) | 540 350 630 460 430
(1.7223) JC5040 ap (mm) ~4 4~10 ~5 5~21 ~3
150-280HB ae (o) — — ~10 4 —
Vold steol N (min") 1,910 1,750 2,070 2,070 1,910
N JC5040 | Vimmmin) | 430 275 520 370 340
(1.2311, P20) JC5015 ap (mm) ~3 3~10 ~5 5~21 ~3
280-400HB F— — — ~10 4 —
o0l & Di | N (min) 1,910 1,750 2,070 2,070 1,910
e e Jcs0q0 |_Yimimin | 430 275 520 370 340
(1.2344, 1.2379) ap (mm) -5 3~10 ~5 5~21 3|
150-255HB
de (mm) —_ —_ ~10 A _
N (min') 1,750 1,590 1,910 1,910 1,750
SStSegnIesg stggl JC5015 Vi (mm/min) 385 240 430 305 260
e ® | (JC5040) | @pmm) ~3 3-10 ~5 5-21 ~3
de (mm) — — ~10 ~4 —
Cast iron n (min) 2,500 2,390 2,700 2,700 2,500
FC220, FC300 JC5015 | Vitomminy | 750 530 810 610 630
160—é60HB (J05040) ap (mm) ~4 4~10 ~5 5"‘21 "3
de (mm) — —_ ~10 ~4 _
Nodul " N (min) 2,390 2,230 2,550 2,550 2,390
FODB0O. FOD700 | JC5015 | Viemmming | 600 400 700 500 480
(GGG6O, GGG70) | (JC5040) | ap(mm) ~4 4~10 ~5 5~21 =2
170-300HB
ae (mm) — — ~10 ~4 —
n (min) 4,780 4,780 4,780 4,780 4,780
Aluminium alloy E715 Vi (mm/min) 1,440 1,100 1,900 1,100 1,100
50-110HB ap (mm) ~4 4~10 ~5 5~21 B
8e (mm) = = ~10 ~4 —
N: Spindle speed, Vf: Feed speed, ap: Axial depth of cut, @e: Radial depth of cut
Note) 1. The cutting parameters to be adjusted according to the machine rigidity or
work rigidity.
2. In case of using medium long, long and extra long type, refer page C236 for
instructions for use of SEC type.
3. In case of ramping, ramping angle up to 3° is recommended.
(Refer right picture)
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lSuper End Chipper SECtyre I =
z
Il RECOMMENDED CUTTING CONDITIONS )
S
@ ¢ 16mm o
7
Type of Machining
£ 8 8
Work Insert Cutting i i i
Materials Grades conditions Slotting Shoulder milling Drilling
Corbon steel N (min) 2,790 [ 2,590 | 2,980 | 2980 2,790
S50C, S55C J05040 Vi (mm/min) 560 310 630 450 420
C50, C55
ol ap (mm) ~3 3-8 ~5 | 5-16 ~2
de (mm) — — {3} ~3 _
Aoy sieol n (min) 2,790 2,590 2,980 2,980 2,790
S 105040 |V (mmim) 500 280 570 410 380
(1.7223) ap (mm) ~3 3~8 ~5 5~16 ~2
150-280HB
dae (mm) — — ~8 ~3 —
Vil N (min") 2,190 1,990 2,390 2,390 2,190
NAK, P20 jg58§10 Vi (mmjmin) 390 250 480 330 260
1.2311, P20 5015 - ~ ~ ~ ~
(280-4OOHB) ap (mm) 2.5 3~8 5 5~16 2
de (mm) — — ~8 ~3 _
, n (min) 2,190 1,990 2,390 2,390 2,190
Tool & Die steel
SKD61, SKD11 JC5040 Vf (mm/min) 390 250 480 330 260
1.2344, 1.2379 ~ ~ ~ - ~
( A ) ap (mm) 2.5 3~8 5 5~16 2
de (mm) —_ — ~8 ~3 _
n (min) 1,990 1,790 2,190 2,190 1,990
(Samlesssteel | yos0q5 | Vi (ommin) | 350 220 430 280 240
150-250HB (JC5040) | ap(mm) ~2.5 3~8 ~5 5~16 ~2
de (mm) —_ — ~8 ~2) _
Cast iron n (min) 2,980 2,790 3,180 3,180 2,980
FC250, FC300 .
(GG25, GG30) jggglg Vi (mm/min) 720 500 760 570 520
160-260HB ( ) | apmm) ~3 3-8 ~5 5~16 2
de (mm) — — ~8 ~3 —
. N (min) 2,790 2,590 2,980 2,980 2,790
Nodular cast iron
FCD600, FCD700 JC5015 Vi (mm/min) 560 310 630 450 420
(GGG60, GGG70) - ~ ~ ~ ~
e (JC5040) | apmm) 3 3-8 5 5~16 2
de (mm) — — ~8 ~3 —
n (min) 6,000 6,000 6,000 6,000 6,000
Aluminium alloy F715 Vi (mm/min) 1,440 1,100 1,800 1,100 1,100
50-110HB
ap (mm) ~3 3~8 ~5 5~16 ~2
ae (mm) — — ~8 ) —
N: Spindle speed, Vf: Feed speed, ap: Axial depth of cut, @e: Radial depth of cut
Note) 1. The cutting parameters to be adjusted according to the machine rigidity or
work rigidity.
2. In case of using medium long, long and extra long type, refer page C236 for
instructions for use of SEC type.
3. In case of ramping, ramping angle up to 3° is recommended.
(Refer right picture)
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r—3 B INSTRUCTIONS FOR USE OF SEC TYPE
:Ij 1. The cutting parameters to be adjusted according the machine rigidity or work rigidity.
-g 2. Apply below table figures for the use of Medium long, Long and Extralong type tools.
Type Depth of cut | Spindle speed | Feed speed
ap n Vf
Medium Long (ML) 80% 90% 80%
Long (L) Up to 30% 70% 70%
Extra Long (EL, XL) Up to Tmm 50% 60%
Tool dia. (mm) A1 (mm) |[Depth of cut: T (mm)
(Fig. 1) (Fig. 2)
16 5.2 ~5.2 0r 11.8~15.5
20, 21 55 ~5.5 or 14.0~175
24,25, 26 7.0 ~7.0 or 16.8~23.2
30, 32, 33 8.6 ~8.6 or 20.3~28.1

T:D.0.C

kz : Cutting edge length )




_ Tooling by DIJET

Side Chipper SICryre

1. The same insert of Super End Chipper can be used.

2. 3D insert geometry gives low cutting force and
excellent chip ejection for high productivity. ‘
3. Series expansion: Polished insert and PCD insert for Aluminium. Face Milling il Shoulder Milling

=)
=1
@
>
)
=
@
)
=L
7

Il BODY / END MILL - MEDIUM TYPE

Dimensions (mm)
Cat. No. Stock INO- (if Inserts Fig.
nserts @Dc 2 22 L @Ds

SICM1610S16-2N [ 2 16 10 25 100 16 1
SICM20105203N_| @ [ 3 | 20 | 10 | 25 [ 110 [ 20 | RO
SICM2510825-4N o 4 25 10 32 120 o5 1
SICM2513825-3N (J 3 13 ZPMT13T3OORO | 1
SICM3016832-3N [ 3 30 15 40 150 32 [ZPMT160400RO| 1

ZCMT100300RO
SICM3z10532-5N | @ | 5 a2 | % | 40 | 150 32 |mAzcaTi00300| |
SICM3216S32-3N () 3 15 ZPMT160400RO | 1

ZCMT10030O0ORO
STIUFPRL T U g 40 10 | 40 | 150 | 32 |mazcsrionsoo| 2
SICM4016S32-4N | @ 4 15 ZPMT1604R 2

ZCMT1003OORO
SICM5010832-7N | & | 7 50 | 10| 40 | 150 | 32 |mazcaTionsoo| 2
SICM5016832-5N d 5 15 ZPMT160400ORO | 2

Note) 1. All cutters are supplied without inserts. Modular H T Please refer Page B135
2. Please refer page C240-C245 for recommended cutting conditions. odular Headype g

3. Body must be modified to 1.5mm radius or 1.2mm chamfer at corner to use 3.0mm or 3.2mm corner radius insert.

Il BODY /END MILL - LONG TYPE

Nol of Dimensions (mm) _
Cat. No. Stock| Y- © Inserts Fig.

Inserts ®Dc 0 20 L ©Ds
16 10 25 150 16 ZCMT1003OORO

20 10 40 180 | 20 |JDA-ZCGT100300

SICL1610S16-2N
SICL2010S20-2N
SICL2010S20-3N
SICL2513825-2N
SICL2513825-3N
SICL3016S25-3N
SICL3216832-2N
SICL3216S32-3N

25 13 35 210 25 |ZPMT13T3OORO
30 15 65 250 25 |ZPMT160400ORO
32 15 65 250 32 [ZPMT160400ORO

SICL4016S32-4N 40 15 65 250 32 [ZPMT160400ORO
SICL5016S42-5N 50 15 65 250 42 |ZPMT160400ORO

Note) 1. All cutters are supplied without inserts.
2. Please refer page C240-C245 for recommended cutting conditions. ULLCIETR LD RN Please refor Page 8135

3. Body must be modified to 1.5mm radius or 1.2mm chamfer at corner to use 3.0mm or 3.2mm corner radius insert.

Dele’|ee e e ee
O B[WIN|W[WINWLW NN
NN = == — _L_L‘_L

[ @ : Standard stock items [ Stock in Japan O : Soon to be deleted }
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Fig.1 Fig.2
D1 @D1
Db ©Db
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L Te
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© j !@ﬂ ° |
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Il BODY / FACE MILL TYPE
No. Dimensions (mm)
Cat. NO. StOCk of Wit Inserts. Flg
Inserts| ¢p D¢ D1 @Db Lt @d a b 2 @
SIC-4050R-22 ® |4 50 | 476 | 45 45 | 22 104 | 6.3 120 04[O | 1
SIC-5063R-22 ® |5 | 63 |61 55 | 45 |22 | 10.4 | 6.3 |20 |0.8| 3 | 1
SIC-6080R-27 ® | 6 80 | 78 60 50 | 27 124 | 7 22 |10 g [ 2
SIC-8100R-32 ® [ 8 |100 | 98 70 50 | 32 144 | 8 32 | 1.7 é 2
SIC-8125R-40 ® | 8 [125 123 85 63 | 40 164 | 9 35 [32]|R | 2

Note) 1. All cutters are supplied without inserts. T E A RN A :) Please refer Page B135
2. Please refer page C240-C245 for recommended cutting conditions. v

3. Body must be modified to 1.5mm radius or 1.2mm chamfer at corner to use 3.0mm or 3.2mm corner radius insert.

[ @ : Standard stock items [ Stock in Japan O : Soon to be deleted
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‘Side Chipper SICrype \ 2
5
B INSERTS )
SERIES EXPANSION: POLISHED INSERT FOR ALUMINIUM §'
Z>%MT-R type Z3%MT-RP type Pral Inse ) @
] e
B == [0
Polished | rj/w “i'J /
olished Insert
GlampiSarew Recomm(i‘n'd%d torque
ESW-206 0.9
DSW-307 1.4
TSW-408 3.1
PVD coated C;;gd Dimensions (mm) Parts
CatN Clamp Screw Wrench
alNo- | yc5015 |Jc5040 |Jc8050| FZ15| A | B T | a°|re : \
& TN
ZCMT100304R | @ ° 10.4 |6.35 | 3.4 7 | 0.4 | ESW-206 | A-08SD
ZCMT100308R | @ ° 10.4 16.35 | 3.4 7 | 0.8 | ESW-206 | A-08SD
ZCMT100308RP ® |104 16.35 | 3.4 7 | 0.8 | ESW-206 | A-08SD
ZPMT13T308R [ ) o 13.3 /7938 | 3.97| 11 0.8 | DSW-307 A-10
ZPMT13T308RP ® |13.3/79383.97 11 | 0.8 | DSW-307 | A-10
ZPMT13T316R ([ o 13.3 /7938 | 3.97 | 11 1.6 | DSW-307 A-10
ZPMT13T316RP O |13.3/7938 /3.97| 11 | 1.6 | DSW-307 | A-10
ZPMT13T320R | ® ® 13.3|7938 |3.97| 11 | 2.0 | DSW-307 | A-10
ZPMT13T320RP 1 (13.3/7938 3.97| 11 | 2.0 | DSW-307 | A-10
ZPMT160404R ([ J o 16 |19.525|4.76 | 11 0.4 | TSW-408
ZPMT160408R o o [ ) 16 |9.525/4.76 | 11 0.8 | TSW-408
ZPMT160408RP ® |16 |9.525/4.76| 11 0.8 | TSW-408
ZPMT160416R o o 16 |9.525/4.76 | 11 1.6 | TSW-408 A-15
ZPMT160416RP 0 [16 19.525/4.76| 11 | 1.6 | TSW-408 |(Endmiltype)
ZPMT160420R o o 16 19.525(4.76 | 11 2.0 | TSW-408
ZPMT160420RP 0O [16 19.525/4.76] 11 | 2.0 | TSw-408 | A-15T
ZPMTIGO430R | ® | @ 16 |9.525/4.76 11 | 3.0 | TSw-408 | mitype)
ZPMT160430RP O (16 (9.525|4.76 | 11 3.0 | TSW-408
ZPMT160432R o o 16 19.525(4.76 | 11 3.2 | TSW-408
ZPMT160432RP O (16 ]9.525/4.76 | 11 | 3.2 | TSW-408

10 inserts per case

@ : Standard stock items [ Stock in Japan O : Soon to be deleted }
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E ISide Chipper SICTYPEI
2
ﬁ I RECOMMENDED CUTTING CONDITIONS / SHOULDER MILLING
>
§ @ SICMOO10 TYPE (END MILL TYPE)
Work i
Materials é?:ggs Cé:nu(;[}{%%s ¢ 16 ®20 ®25 P32 ®40 ®50
N N (min) 2,990 | 2,390 1,910 [ 1,500 1,200 960
S50C, S55C JC5040 Vf (mm/min) 720 860 920 900 870 810
(C50, C59) ap (mm) 3 3 3 3 B8 &
190-260K8 ae (mm) 5 6 8 10 12 15
il (i) 2,990 | 2,390 1,910 [ 1,500 1,200 960
oy sl JC5040 |-Yimmm | 600 | 720 | 770 750 720 | 680
(1.7223) ap (mm) 3 3 3 3 8 3
150-26018 86 (mm) 5 6 8 10 12 15
N (min) 2390 | 1,910 1,530 | 1,200 960 770
N JC5040 | Vimmmin) | 480 | 580 | 620 600 | 580 | 540
(1.2311, P20) JC5015 ap (mm) 2 2 2 2 2 2
280-400M18 e 5 6 8 10 12 15
8 bio et 1 () 2390 | 1,910 1,530 | 1,200 960 770
SKD61 SKD11 | Josoag |Yimmimn | 480 580 620 600 580 540
(1.2344, 1.2379) ap (mm) 2 2 2 2 2 2
190-255H8 ae (mm) 5 6 8 10 12 15
n (min) 2190 | 1,750 | 1,400 | 1,100 | 880 700

Stainless steel Vi /mi 440 530 560 550 530 490
SUS304, SUS316 JC5015 £ {mm/min)

150-250HB (JC5040) | @p (mm) 2 2 2 2 2 5
ae (mm) 5 6 8 10 12 15
Cast iron N (min™) 3,190 | 2,250 | 2,040 1,600 | 1,280 | 1,020

FC250, FC300 X
(@625, Geao) | 65015 Vi (mmymin) 900 1,070 | 1,140 | 1,120 | 1,080 | 1,000

160-260HB (JC5040) | ap (mm) 3 3 3 3 3 3
2 (mm) 5 6 8 10 12 15
—— n (min) 2090 | 2,390 | 1,910 | 1,500 | 1,200 | 960
Fooeee Fonmn | Joso1s | Viemmin | 720 | 860 | 920 900 870 | 810
(GGG60, GGG70) |(JC5040) [ ap (mm) 5 3 3 3 3 3
170-300H8 ae (mm) 5 6 8 10 12 15
n (min’) 6,000 | 4,780 | 3,820 | 3,000 | 2,400 | 1,900
Auminmaloy | prqs | Viommio | 1,800 | 2,150 | 2,300 | 2,250 | 2,000 | 1900
SERERE ap (mm) 3 3 3 3 3 3
ae (mm) 5 6 8 10 12 15

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, @e: Width of cut

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.
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Side Chipper SICtvee =
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Il RECOMMENDED CUTTING CONDITIONS / SLOTTING )
—]
@ SICMOO10 TYPE (END MILL TYPE) ]
o
Work Insert Cutting
Materials Grades | conditions @16 ¢20 P25 ¢32 @40 @50
Carbon steel N (min") 2,790 | 2,230 | 1,790 | 1,400 | 1,120 | 900
toe Gosy | JC5040 | Vigmmin | 560 | 670 | 720 | 700 | 680 | 630
150-280HB ap (mm) ~3 ~3 ~3 ~3 ~3 ~3
Alloy steel N (min") 2,790 | 2,230 | 1,790 | 1,400 | 1,120 | 900
s | JC5040 | vienmmiy | 450 | 540 | 580 | 560 | 540 | 510
1180 0IrlE ap (mm) ~3 ~3 ~3 ~3 ~3 ~3
Mold steel N (min") 2,190 | 1,750 | 1,400 | 1,100 | 880 | 700

NAK, P20 JC5040 .
(1.2311, P20) (J0501 5) Vf (mm/min) 350 420 450 440 430 400

280-400HB ap (mm) ~2 ~2 ~2 ~2 ~2 ~2
Tool & Die steel N (min-") 2,190 1,750 1,400 1,100 880 700
Sonan $sarey | JC5040 | Vieumiminy | 350 | 420 | 450 440 | 430 | 400
il zelals ap (mm) ~2 ~2 ~2 ~2 ~2 ~2
| N (min") 1,990 | 1,600 | 1,280 | 1,000 | 800 | 640
SUssos, susats | JC8015 |~y
5304, SUSS16 | Y200y | Vimmn) | 320 | 390 | 410 400 | 390 | 360
ap (mm) ~2 ~2 ~2 ~2 ~2 ~2
Cast iron n (min) 2,990 | 2,390 | 1,910 | 1,500 | 1,200 | 960

FC250,FC300 | JC5015 .
(GG25, GG30) | (JC5040) Vi (mm/min) 720 860 920 900 860 810

160-260HB ap (mm) ~3 ~3 ~3 ~3 ~3 ~3
Nodular cast iron N (min-") 2,790 2,230 1,790 1,400 1,120 900

Soon e dgggj‘g) Viemimin) | 560 | 670 | 720 | 700 | €80 | 630

170-300HB Ap (mm) ~3) =) ~3) ~3 ~3 ~Z)
= 6,000 | 4,780 | 3,820 | 3,000 | 2,400 | 1,900
AuTe” | Fz15 | Vieemi | 1,200 | 1,430 | 1,530 | 1,500 | 1,440 | 1,330
ap (mm) ~3 ~3 ~3 ~3 ~3 ~3

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, @e: Width of cut

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.
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=8 W RECOMMENDED CUTTING CONDITIONS / SHOULDER MILLING
>
§ @ SICMOO16 TYPE (END MILL TYPE)
Work Insert Cutting
Materials Grades | conditions ¢30 ¢32 ®40 ®50
o n (min") 1,600 1,500 1,200 960
$500, 9550 | yos04p | Vmmm) 870 810 870 870
C50, C55
g50—280HE)3 8p (mm) ) S > >
de (mm) 9 10 12 15
s n (min") 1,600 1,500 1,200 960
SO Jcs040 |Viommin 720 680 720 720
1.7223
15(30-280H)|B ap (mm) 5 5 5 5
ae (mm) 9 10 12 15
o n (min") 1,280 1,200 960 770
NAK Poo | JC5040 | Vi(mmimin) 580 540 580 580
1.2311, P20) 1
e e JCS015 | 2p (m) 3 3 3 3
ae (mm) 9 10 12 15
N n (min") 1,280 1,200 960 770
SKDE1, SKD1 1 165040 | Vr(mmimin 580 540 580 580
(1.2344, 1.2379) ap (mm) 3 3 5 3
150-255HB
ae (mm) 9 10 12 15
n (min") 1,170 1,100 800 700
Stainl teel i
(Sainiess steel Jgsoj1 5 | Vimmmin) 530 500 480 530
150-250HB (JG5040) ap (mm) 3 3 3 3
ae (mm) 9 10 12 15
o n (min) 1,700 1,600 1,280 1,020
Fooeo, Fo300 | JC5015 | Vi (mmimin) 1,020 960 1,020 1,020
(GG25,GG30) | (JC5040
625 8630 |( )| apmm) 5 5 5 5
ae (mm) 9 10 12 15
s n (min) 1,600 1,500 1,200 960
FODA0D, FoD700 | JC5015 | Vi mmiminy 870 810 870 870
(GGG60, GGG70) |(JC5040
1060, aaaro) |( )| apmm) 5 5 5 5
de (mm) 9 10 12 15
n (min") 3,200 3,000 2,400 1,900
Auminumaloy | ppqg | Vemmimin 1,920 1,800 1,920 1,900
50-110HB ap (mm) 5 5 5 5
ae (mm) 9 10 12 15

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, @e: Width of cut

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.
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I RECOMMENDED CUTTING CONDITIONS / SLOTTING )
—
@ SICMOO16 TYPE (END MILL TYPE) 3
7
Work Insert Cutting
Materials Grades | conditions ¢30 ¢32 ¢40 ¢50
Caitson sieal N (min) 1,490 1,400 1,120 900
(Cbo, ey | JC5040 | vi(mmminy 670 630 680 680
150-280HB ap (mm) -5 -5 ~3 -5
Alloy steel n (min”) 1,490 1,400 1,120 900
hsoy | JC8040 | vimmimin 540 510 540 540
150-280HB ap (mm) -5 -5 ~3 ~3
N (min-) 1,170 1,100 880 700
Nk Peo | JC5040 .
ey | Jeeots | Vimmmin 430 400 430 420
280-400HB ap (mm) -3 -3 ~2 ~3
Tool & Die steel n (min) 1 ,170 1 ,100 880 700
$o0a4 Toare) | JC5040 | vi(mmmin 430 400 430 420
150-255HB ap (mm) -3 -3 ) ~3
) N (min) 1,070 1,000 800 640
Stainless steel JC5015
SUS304, SUS i
U128512*50L|{|§16 (JC5040) Vf (mm/min) 390 360 390 390
ap (mm) ~3 ~3 ~2 ~3
Cast iron 165015 N (min™) 1,600 1,500 1,200 960
FC250, FC300 .
(GG25, GG30) (J05040) Vt (mm/min) 820 770 820 820
160-260HB ap (mm) e -5 ~3 ~5
Nodular cast iron 105015 N (min) 1,490 1,400 1,120 900
e e (JC5040 | Vi mmmin 670 630 680 680
170-300HB ap (mm) -5 -5 ~3 -5
b n (min’) 3,200 3,000 2,400 1,900
Aumnumaloy | FZ15 | vegmmimin) 1,440 1,350 1,440 1,430
ap (mm) ~5 ~5 ~5 ~5

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, @e: Width of cut

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.
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ﬁ I RECOMMENDED CUTTING CONDITIONS
>
D
'g @ SICM2513 TYPE (END MILL TYPE)
Work Insert Cutting i .
Materials Grades | conditions Shoulder Milling Slotting
Carbon steel N (min") 1,910 1,790
S50C, S55C Vi (mmymin) 860 650
(C50. C33) JC5040 T
150-280HB ap (mm) 4 ~4
de (mm) 8 _
n (min") 1,910 1,790
Alloy steel
SCM440 JC5040 Vi (mmymin) 690 540
7 4 ”
de (mm) 8 —
N (min") 1,530 1,400
Mold steel
NAK, P20 JC5040 | Vi(mm/min) 560 420
(2511,P20) | JC5015 | gy oy 25 25
de (mm) 8 -
: n (min’) 1,530 1,400
Tool & Die steel Vi (mmrein) 560 420
SKD61, SKD11
' JC5040
(12344, 1.2379) a0 () 25 -25
de (mm) 8 -
N (min"') 1,400 1,280
S e | 465015 | Vi(mmimin 510 390
150-250HB (JC5040) [ ap (mm) 25 ~2.5
de (mm) 8 —
, N (min”) 2,040 1,910
Cast iron
FC250, FC300 JC5015 | Vi(mm/min) 1,040 580
GG25, GG30,
: 160-260HB » | UC5040) [ gp oy 4 =4
ae (mm) 8 -
. N (min) 1 ,910 1 ,790
Nodular cast iron
FcDeoo, FcD700 | JC5015 | Vi (mm/min) 860 650
GGG60, GGG70
: 170-300HB | UC5040) | ap m) 4 ~4
de (mm) 8 -
N (min”) 3,820 3,820
Aluminium alloy FZ15 Vi (mm/min) 2,000 1,380
50-110HB ap (mm) 4 ~4
ae (mm) 8 —

N: Spindle speed (min'), Vf: Feed speed (mm/min)

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.




- Tooling by DIJET

’ i i | =)
Side Chipper SICtvee =
2
Il RECOMMENDED CUTTING CONDITIONS )
—
@ FACE MILL TYPE 8
Work Insert Cuttin\g/ speed | Feed pertooth | Depth of cut Pick feed @
Material c fz ap ae
aterials Grades (m/min) (mm/) (mm) (mm)
Carbon steel 150 0.20
S50C, S55C .
(C50, C55) JC5040 | (80~200) (0.1~0.25) 5 0.6Dc
150-280HB
Tool & Die steel 120 0.15
SKD61, SKD11 o
(o rearey | 0900 | (80 5950) (0.1~0.2) 3 0.6Dc
150-255HB
Fc(zzsacs),t iFrg:]%oo JC5040 150 0.20 5 0.6Dc
(GG25, GG3D) JC5015 (80~200) (0.1~0.25)
160-260HB
Stainless steel JC5015 110 0.10 3 0.6Dc
SUS308 S99 1(JC5040) | (80~200) (0.05~0.15) '
ini 300 0.20
o FZ15 1 (200-500) | (0.1-0.25) ° 0.6Dc

Bl RECOMMENDED CUTTING CONDITIONS FOR PCD INSERT (JDA10)

NOTE
1) Max. depth of cut: ap=Up to 4mm
2) Max. cutting speed: Vc=Up to 1,000m/min

@® SICMOO10 TYPE (END MILL TYPE) / SHOULDER MILLING

Work Insert Cutting Dimensions (mm)
Materials Grades [Conditions 16 ©20 25 32 ©40 ®50
N (min-) 6,000 4,780 | 3,820 | 3,000 2,400 | 1,900
Aluminium alloy JDA10 Vi (mm/min) | 1,800 2,150 2,300 2,250 2,000 1,900
S0THOB ap (mm) 3 3 3 3 3 3
ae (mm) 5 6 8 10 12 15

@ SICMOO10 TYPE (END MILL TYPE) / SLOTTING

Work Insert Cutting Dimensions (mm)
Materials Grades |Conditions 16 20 25 32 ©40 ®50
) nmn) | 6,000 | 4780 | 3,820 | 3,000 | 2,400 | 1,900
o™ | JDAT0 | viemmin | 1,200 | 1,430 | 1,530 | 1,500 | 1,440 | 1,330
apm | ~2 2 | 2 | -2 -7 ~2

N: Spindle speed, Vf: Feed speed, ap: Depth of cut, @e: Width of cut

Note) 1. The cutting parameters to be adjusted according to the machine rigidity or work rigidity.
2. In case of using long type holder, reduce depth of cut by 60% to 40% or feed speed.




‘Rouﬂhina Chipper RFCrype \

G Bod @ 3D insert geometry gives low cutting forces and excellent chip
¥ ejection for high productivity at high feed rate & ’ .
- erea® A Shoulder Milling

@ Adopted ultra rigid G Body

=2
S
[t
=
=
<
>
D
==
=

H BODY

@Dc

Lf

. . Parts
No. Dimensions (mm)
No. [ No. of Weight| set |Clamp screw | Wrench
Cat. No. [Stock| of | of [ Eff (k) | bolt

Inserts | flutes | Cutti
odge |¢Dc|eDbpd1| S|Lf |pd| a|b | & @ /

RFC5050R-22| @ | 12| 3 | 3 |50/45/17/50/90/22104/6.320{0.9|*@ [DSW-4510H| A-20SD

RFC6350R-22| @ | 16| 4 | 4 [63]60/17/50/70[221046.320[1.1| = |DSW-4510H| A-20SD

RFC8060R-27| ) | 25| 5 | 5 |80/6020/60/80/271247 |22|2.2| S |DSW-4510H] A-20SD

Note) 1. All cutters are supplied without inserts Clamp Sorew | Recommended torque
2. %mark shows: these cutter bodies are equipped with theset bolt because of DSW-4510H (':;tg)

the specified bolt size.

I INSERTS
-
SO
re LA\_/ T !
PVD coated Dimensions (mm)
Cat. No.

JC5015 | JC5040 A B T a° e
ZPMT170508R (] o 17 11 5.56 11 0.8

10 inserts per case

[ @ : Standard stock items [ Stock in Japan O : Soon to be deleted




. Tooling by DIJET

. ) =3
‘Roughmg Chipper RFCrype \ §
=
Il RECOMMENDED CUTTING CONDITIONS )
o |
o
Shoulder Milling =3
e «
Type of
Machining
ap
Tool dia. (mm)
MWOr.k Hard- Clﬂsgrt Max. D.O.C. ©50 063 ©80
aterials ness rades (mm) ve | n v Ve n v Ve N vi
(m/min)| (min") | (mm/min) [ (M/Min) | (min") | (mm/min) | (M/Min) | (min') | (mm/min)

ae = 0.5Dc(max)

Cast iron 150HB JC5015 |@p=1.0Dc(max)

(FC) (JC5040) | ae = 0.1Dc
ap =seowiue [ 140|890 | 880 | 140 | 710 | 940 | 140 | 560 | 920

length

140 | 890 | 610 | 140 | 710 | 650 | 140 | 560 | 640

ae = 0.5Dc(max)
Nodular 120 | 760 | 520 | 120 | 610 | 560 | 120 | 480 | 550

ap =1.0Dc(max)
S Below | JC5015

(FCD) 220HB (J05040) de =0.1Dc
ap=-8eowiue | 120 | 760 | 750 | 120 | 610 | 810 | 120 | 480 | 790

length

So=0.900ma0)| 410 1700 | 420 | 110 | 560 | 450 | 110 | 440 | 440

Carbon steel a6 =100
Alloy steel 285%|0—|V\E/; 105040 ap 01DC(max)
3 ST
- ap = sooviiie | 110 700| 690 | 110 | 560 | 670 | 110 | 440 | 660
eng

e = 0.5Dc(max)

Tool & Die 100 | 640 | 230 | 100 | 510 | 250 | 100 | 400 | 240

ap = 1.0D
o Below | jg504g | 27210000
SKD 255HB ae = 0.1Dc
ap- oo (100|640 350 | 100 | 510 | 370 | 100 | 400 | 360
eng

Ve: Cutting speed, Vf: Feed speed, N: Spindle speed, ap: Depth of cut, ae: Width of cut

@ : Standard stock items [ Stock in Japan O : Soon to be deleted }




Indexable Tools

C248

DIJET Mill 45/90 SSE45 / SSD901vre

VRGO RG] TR GLIR T B Wide range of application from general steel to hardened steel

SSE45/S5090 Series
SSE45 type ’v SSD90 type ’v
@ Entering angle: 45° ' @ Entering angle: 90° '
@ For Face Milling @ For Shoulder Milling .
Face Milling ( 50 ~ @ 125) Face Milling Shoulder Milling

(@50 ~ @ 125)

@ Carbide shim gives longer tool life of cutter body
@ For SSE45 Ultra Fine Pitch type is available

| E45 Type

e Entering angle: 5"?‘

e Entering angle: 90°
o For Shoulder Milling




SSE45 gives wide application for cast iron, general steel and

hardened steel.

JC5040 for general steel, JC605W for cast iron, JC8015 for nodular cast iron and hardened steel, FZ05 for
Aluminium alloy and tough grade JC8050 for unfavorable conditions.

Ultra-rigid body gives longer tool life.

1. Adopted Carhide shim prevents body damage and improves security when insert is broken.
2. Secure insert location maintains high precision face run out and improves surface roughness and tool life.
3. SSE45 achieves 1.3 times longer tool life than competitor.

Excellent and smooth cutting is possible with 20 degree positive axial rake and high
positive 3D geometry insert.

Wiper insert is available for excellent surface roughness.

JC605W is new CVD coated grade for cast iron milling. JC605W is improved wear and thermal resistance by adopting
new substrate having excellent wear and chipping resistance and thick a-A R 203 layer providing maximum thermal
and chemical protection. By means of smooth surface treatment of coating layer prevents abnormal wear such as
sudden weld chipping.

Structure of JC605W Applicable range of JC605W
@ a-AR203 layer with improved oxidation resistance ‘ Tvpe :Ignt:ls l:;ll::::; ’:::::.T :::li:yg
and smooth surface 1S0 code Ko K10 K20 K30

@ Ti (C, N) layer with improved chipping resistance ‘

resistance

i

Wear-resistance
Chipping-resistance

@ Substrate gives excellent wear and chipping ‘

JCB05W

e

Tool life comparison (FC300, GG30) Tool life comparison (SKD11, 1.2379)

@—— JC605W 0.7 | #=—— JC5040
—m— Competitor B 0.6 [ =—<o— Competitor | /9 7

Flank wear (mm)
o
N
.\
k
. Flank
o
IS
N

5 0 15 20 25 30 3 40 45 50 -0 1 2 3 4 5 6 7 8 9
Cutting length (m) Cutting length (m)
Material: FC300 (GG30), Material: SKD11 (1.2379),
Insert No.: SEMT13T3AGSN-KM (JC605W) Insert No.: SEMT13T3AGSN-PM (JC5040)
Cutting conditions: Ve=200m/min, fz=0.25mmlt, Tooldia.: ¢ 100mm
ap=2.5mm, ae=68mm,Dry Cutting conditions: Vc=120m/min, n=382min',

f=0.2mm/rev(1N), @p=2mm, ae=76mm,
Shoulder milling, Down cut, Airblow

=3
=%
@
>
N
=2
@
)
=)
2




A

E ‘DliET Mill 45 SSE45TYP5\

2

:

>

E Face Milling
@ Entering angle : 45°
@ A-R:+20°
@ RR:-15°~-8°

b
— Max.D.0.C:6mm

Db ) Db )
Jﬁ Fig.1 — od Fig.2
a g 2y
- 'é
]

Lf
Lf

Q ! O
vt
@Dc
D1 @D1
H BODY
Dimensions (mm)
o Cat. No. Stock No? Weight Fig.
@ O fiutes @Dc| D1 pDb| Lf | ¢d |epd1| a | b | £ |*
o) SSE45-4050R-22 [ ] 4 50| 63 | 45 |40 22 |10.4/10.4/6.3 |20 (04| 1
i SSE45-5063R-22 () 5 63| 761 50 |40 | 22 |10.4|/10.4/6.3 | 20 (0.6 | 1
Q SSE45-6080R-27 [ ] 6 80 | 93.1] 56 | 50 27 [135(124|7 |22 |11 1
°© SSE45-7100R-32 [ 7 |100/113.3] 70 |50 | 32 |175/14.4/8 |25 |16] 1
= SSE45-8125R-40 [ 8 1125/138.3] 80 | 63 | 40 6016.4|9 | 32|26 2

Note)1. All cutters are supplied without inserts.
2. Please refer page C252 for recommended cutting conditions.

[ @ Standard stock items [ Stock in Japan O Soon to be deleted
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Il INSERTS
- .
A &
s
e
3.97
PVD coated CVD coated| Uncoated
Tole-
Cat. No. Fig.
rance| Jc5040 DH103 JC8015 JC8050 | JC605W FZ05
SEMT13T3AGSN-PM M o [ J o 1
SEMT13T3AGSN-KM M (Y 1
SEGT13T3AGFN-AL G [ J 2
XEHW13T3AGSN-W >s | H o 8
10 inserts per case. = P
Clamp screw ecomm&n. r:) oSS
TSW-3512H 2.1
SSW-535 6.5

I ATTENTION TO USING WIPER INSERT

@ In case of feed per rev fz = 2 mm/rev and surface
roughness is required, were commend to use wiper
insert.

@ Wiper insert for SSE45 has single cutting edge.
@ Please put insert as “R* mark is shown to the front.

M PARTS
Clamp screw Shim screw Shim Wrench Wrench for shim
@ @ ® \\
S S © N
TSW-3512H| SSW-535 | SM-SE13 A-15T LW-035

@ : Standard stock items [J:Stockin Japan O :Soon to be deleted }
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Tooling by DIJET

‘DIJET Mill 45 SSE451vpe \

M CASE STUDIES

Part name Block
§ Material FC250 GG25
Hardness —
%0 5 | Tool No. SSE45-14250R-60( ¢ 250 14N)
(=]
| 164 I e | g Grade SEMT13T3AGSN-KM (JCB05W)
' o ' Ve, (n) 204 m/min, (260min-")
@ VA, (f2) 728 mm/min, (0.2mm/t)
% ap (mm) 2.5X2mm
+~ |Combination of SSE45 and JC605W 8
= in(érrgag]:dl?:%t(t)ing spee§n1 .3 times and g €5 ) B
8 |feed speed 3.25 times faster than £ Coolant Dry
o competitor. 3
Machine Horizontal MC
I RECOMMENDED CUTTING CONDITIONS
Cuttin Feed per
ISO Work Materials speeéJ tootﬁ é?:ggs Insert No.
Ve (m/min)| fz (mm/t)
Low carbon steel (85400, S10C) 250 02 JG5040 | SEMT13T3AGSN-PM
Below 180HB (200-300) | (0.1-0.3) | (JC8050)
Carbon steel (S50C, S55C) 220 0.2 JC5040 -
P Below 250HB (170-250) | (0.1-0.3) (JG8050) SRR e
Tool & Die steel (SKD61, SKD11) 120 0.2 _
Dol SE5IB (100-150) | (0.1-03) JC5040 | SEMT13T3AGSN-PM
M Stainless steel (SUS304) 220 0.2 JC8050 | SEMT13T3AGSN-PM
Below 250HB (170-250) | (0.1-0.3) (JG8015)
Grey cast iron (FC300) 200 0.2 JC605W | SEMT13T3AGSN-KM
K Below 300HB (150-250) | (0.1-0.3) (JC8015) | (SEMT13T3AGSN-PM)
Nodular cast iron (FCD400) 150 0.2 )
Below 300HB (120-180) | (0.1-0.3) JC8015 SEMT13T3AGSN-PM
Hardened steel 80 0.15 JC8015 _
H s (60-100) | (0.1-0.2) SEMT13T3AGSN-PM
Aluminium alloy (A5052) _ 0.2 _
N Wil Igo-ﬂOIYiB 300 (01-03) FZ05 SEGT13T3AGFN-AL

Note) In case of unfavourable conditions, insert grade JC8050 is recommended.
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Economical shoulder milling cutter SSD90 uses four
cutting edge insert.
1. Combination of M class insert with 3D geometry and high precision body achieves true 90 degree

with no mismatch and excellent surface roughness.
2. Adopted carbide shim prevents body damage and improves security in case if insert is broken.

Face Milling A Shoulder Milling
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=%
@
>
N
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@
)
=)
2

SSDI0 gives wide application for cast iron, general steel and
hardened steel.

JC5040 is suitable for general steel, JC605W for cast iron, JC8015 for nodular cast iron and hardened steel and tough grade JC8050 for
unfavourable conditions.

1. Verticalness comparison 2. Tool life comparison (SKD61, Raw material)

Material: S50C (C50) Material: SKD61 (1.2344) Raw material

Cutting conditions: q vl . -
@p=8mm, @e=2.5mm Vc=120m min, Cutting conditions: Vc=200m/min, fz=0.15mm/t,
Ap=2mm, de=43mm

fz=0.15mm/t, 8p=8mm,ae=2,5mm

DIJET: DIJET: 07
SDHW120408 (™ SDMT120408 ™ __Competitor (ren " | [ === owET (spuT1204PDER<ICS0405)
7 o ’ Verticalness| /’ 7 0.6 e Competitor |
16um Alpm =
— 6 — / 6 6 £ 05
5 / 5 ,‘/ 5 § 04
g o
4 4 / 4 £ 0.3
VA .
x 0.2
3 3 \\ 3 g
2 2 N 2 0.1
\\\
1 1 1 0 05 2 35 7 10.5 14
Cutting length (m)
10450 -5 —10 (JM) +10+50 -5 —10 (M) 140+35 +30 +25 +20 +15 +10 +50 _ —5 —10 (uM)

(Theoretical verticalness of SSD90: 11ym (11mm width), 8y (3mm width) | [ SSD90 tool achieved 1.3 times longer tool life. ]

3. Surface roughness comparison

4
Material: SKD61 (1.2344) Raw material 35 LIRa
Cutting conditions: Ve=200m/min, fz=0.15mmlt, '
ap=2mm, ae=43mm 3
T 25
SDMT insert (M class) achieved below Ra=0.5pm. e 2
SDH Winsert (H class) achieved better surface & 15

roughness below Ra=0.1mm.

SDMT1204PDER SDHW1204PDTR
(JC5040) (JC8015)
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[ Face Milling A Shoulder Milling,
@ Entering angle : 90°
@ AR:+10°

@R R:-9°~-11°

"

Max. D.O.C: TTmm

S

H BODY
Dimensions (mm)

B Cat. No. s & Weidht| iy
ore &k 1o seol o loDcl@Db i | od |@di a | b | £ || "
S$SD90-4050R-22 @®| 4| 50| 41| 40 22 17 1104 63| 20 |03 | 1
Metric | SSD90-5063R-22 | @ | 5| 63 | 50| 40 | 22 | 17 [104] 6.3 20 |05/ 1
Bore SSD90-6080R-27 ®@| 6| 8 | 60| 50 27 37 1124 7 22 109 1
SSD90-8100R-32 ® | 8[100| 70| 50 32 43 144 8 32 [15] 2
SSD90-10125R-40 | @ (10 | 125 | 80 | 63 40 57 |16.4| 9 35 [26] 2

Note) All cutters are supplied without inserts.

[ @ Standardstockitems [ Stockindapan O Soontobedeleted




B Tooling by DIJET

’ =)
‘DIJET Mill 90 SSDQUTYPE’ 2
>
=7
M INSERTS (7°)
Fig1 4-R0.8 ‘ 4-R0.8 ‘ 4-R0.8 s|
Q\M‘oy@ N _— & ! %, - I - * %
O EESERNORERSS
205550 . 150 o & s
SDMT1204PDER |4.76] SDMT1204PDER |4.76 SDMT1204PDER
(With Chipbreaker) (With Chipbreaker) (With Chipbreaker)
(Grade : JC8050, JC5040) (Grade : JC8015) (Grade : JC605W)
Fig.2 4R08
\
@ 5
/‘;1 5° Clamp screw Recomrtzarri"e)d torque
S o
(Grade : Jcsg1 5) SEW:535 e
PVD coated CVD coated
Tole- :
Cat. No. Fig.
rance JC8015 JC8050 JC5040 JC605W
SDMT1204PDER M [ J o [ J (] 1
SDHW1204PDTR H o 2
10 inserts per case
Il PARTS
Clamp screw Shim screw Shim Wrench Wrench for shim
‘Blre el Nir— 9‘[9
) @
\/ / 1 Insert
TSW-3512H( SSW-535 | SM-SD12 A-15T LW-035 @
I RECOMMENDED CUTTING CONDITIONS
Cutti F
ISO Work Materials sgegc? et(e;gtﬁer énsert Insert No.
Ve (mimin) | fz (mmit) rades
250 0.2 JC5040
Low carbon steel (SS400, S10C)
Below 180HB (200-300) | (0.1-0.3) (JC8050) SDMT1204PDER
P Carbon steel (S50C, S55C) 220 0.2 JC5040
Below 250H3 (170-250) | (0.1-0.3) | (icgoso) | SPMTI204PDER
Tool & Die steel (SKD61, SKD11) 120 0.15
Bolow 255HB (100-150) | (0.1-0.25) JG5040 SDMT1204PDER
M Stainless steel (SUS304) 2%0 0;1 5 JC8050 (gBR/I/IE ggjgggg)
Below 250HB (170-250) | (0.1-0.25) | (JC8015) (SDHW1204PDTR)
. 200 0.2 JC605W | SDMT1204PDER
. O eion 30016 (150-250) | (01-03 | (ucgots) | (SDMTI204PDER)
Nodular cast iron (FCD400) 150 0.2 JC8015 SDMT1204PDER
Below 300HB (120-180) | (0.1-0.3) SDHW1204PDTR
H Hardened steel 80 0.1 JC8015 SDMT1204PDER
40-55HRC (60-100) | (0.05-0.15) SDHW1204PDTR

Note) In case of unfavourable conditions, insert grade JC8050 is recommended.

[ @ : Standard stock items [ Stock in Japan O : Soon to be deleted }
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=8 |Finish Jet Mill FJMrvpe
—_
)
ﬁ @ Super Finishing Milling Application
:g 1. The combination of 2 finishing cartridges and 2 semi-finishing cartridges gives stable finishing
'g quality of unreliable removal stock on cast iron and cast steel.
— 2. Maximum ap=0.3mm (3 times larger than competitor's ap) @ Entering angle:0°
Consolidate to one process of semi-finishing and super-finishing @ A-R:+8°
@ R-R:-15°

3. Two semi-finishing inserts protect the finishing inserts and also
achieve longer tool life with reducing cutting force.

4. Easy to adjust the face runout by adjusting the cartridges.

Max.D.0.C: 0.3mm

5. JC8003 for cast iron and stainless steel, Cermet grade CX75
for general steels.

Semi-finishing insert

(Height adjustment)

Semi-finishing insert Finishing insert

Finishing insert Semi-finishing insert

M BODY
Fig.1 oDb Fig.2 oo Fig.3 P_Cfg%'e
—a ¢d
a pd a _
a || ]
T T o [ ]
T —‘ .Q}L o a _
,4# ] i} 74# L },_‘_ Ll ]
| 2 © | % fo
T @d B . @d1
0] Dedtszecnve dia) @De (Eﬂde:tlve dia) @ De (effective dia)
@Dc @Dc @Dc
No. of Dimensions (mm) '
Cat. No. |siock| oo 5 \Aii';m Fig.
@De
¢Dc| 7> Db | Lf |¢@d|@dl|@d2] a | b | £
FJM-4080R-27 | @ 80| 65 71163 | 27| 20 (143|124 7122 | 1.7 1
FJM-4100R-32 | @ o 100 | 85 90 |63 | 32| 26 |17 |144| 8 | 32 | 2.7 1
FJM-4125R-40 | @ ZZSF'”!S*.‘"?@& 125110 [114|63 | 40| 60| — [16.4]| 940 |39 | 2
emi-finishing
FJM-4160R-40 | @ inserts 160 | 145 |148 |63 | 40| 75| — (164 9|40 | 6.1 | 2
FJM-4200R-60 | @ 200|185 |186 |63 |60 [134 | — |25.7| 14 |40 | 86 | 3
FJM-4250R-60 | [] 250235 |237 |63 |60 (182 | — [25.7| 14 | 40 |148 | 3

Note) 1. All cutter bodies are supplied without inserts.
2. Please refer page C258 for recommended cutting conditions.

{ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted %% . Production after order received




‘Finish Jet Mill FJMrype \

B INSERTS

SDHW1504ADFN-W1 SDHW1 504ADE(F)N-W2

-
\\
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@
>
N
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)
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2

SDHW1504ADEN-F1 SPHW1203ZPTR

30% less cutting force '
Fig.4

J &%
4.76 =

PVD coated Cermet Tol
o€ Fig

Cat. No. : Application
DH103 | Jcgo1s | CX75  |"°° PP

1
 Los

SDHW1504ADFN-W1 (finishing inserty | @ 1 [ Cast iron*Cast steel
SDHW1 504ADFN-W2 (finishing insert) (]

SDHW1 504ADEN'W2 (finishing insert) o

(finishing insert

SDHW1 504ADEN'F1 for low rigid work) o [ )

Carbon steel*Alloy steel

I T T
N

2 | Mold steel*Die steel

DH103...(Cast iron*Cast steel)
CX75...(Carbon steel*Alloy steel)

T
w

SPHW1203ZPTR (Semi-finishing insert) [ ] H 4
4 inserts per case, but in case of SPHW1203ZPTR: 10 piece per case.

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted 2% . Production after order received ]
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Tooling by DI,

‘Finish Jet Mill FJMryee \

B PARTS

Clamp screw

Wrench

Cartridge for
finishing insert

Cartridge for
semi-finishing insert

Set bolt

for cartridge

&

Recommendedtorque6.0N+m

n

e

Eo.

=

[
=t
s

il

A-20 (980~ (200)

DSW-4510H A-20L (250) SSFDR15-15F SSFPR15-12R BBH-825
Wrench for cartridge : Wrench El Axial adjust screw Spring washer
axial adjust screw
D
=
V= / ¢
LW-050 AD-2080 ADS-513 SBZ-8
Il RECOMMENDED CUTTING CONDITIONS
Work Materials Inserts é?:ggs (myrgin) (mmf/rev) ap (mm) | ae (mm)
Low carbon & Mild steel
$20C, $5400 SDHW1504ADFN-W2
(C20) (SDHW1504ADEN-F1) CX75 250~300 4-5 up to 0.3mm up to 0.8De
Below 255HB
Medium carbon steel
S50C SDHW1504ADFN-W2
P pd ohwisosapenFy| CX75 | 200~250 4~5  |upto 0.3mm|up to 0.8De
Below 255HB
Alloy & Die steel
SCM440, SKD11 | SDHW1504ADFN-W2
TR Augipiy | v e CX75 | 100~150 4~5  |upto 0.3mm|up to 0.8De
Below 255HB
M Stainless steel SDHW1504ADFN-W2
SUS304, 316 (SDHW1504ADEN-F1) JC8003 | 80~120 2~4 up to 0.2mmjup to 0.8De
Below 250HB
Grey cast iron
FC250, FC300 SDHW1504ADFN-W2 - -
(Eos e | e b e JC8003 | 130~200 4~6  |up to 0.3mm|up to 0.8De
K Below 300HB
Nodular cast iron
FCD500, FCD700 | SDHW1504ADFN-W2
(60050, GGG70) |(SDHWIB04ADEN-F1) JC8003 | 110~180 4~6  |up to 0.3mm|up to 0.8De
Below 300HB
HPM Mgldﬁfﬁl P
7,PX5,NAK80, P20 SDHW1504ADFN-W2
GEEFE) | | e JC8003 | 100~140 2~4  |upto 0.2mm|up to 0.8De
H Below 30-40HRC
Hardened die steel
SKD61, DAC, DHA | SDHW1504ADFN-W2
G231 pe0)  |@orwisoeanenss| JCBO03 | 40~60 | 0.3-0.7 |upto0.1mmiup to 0.7De
Below 40-55HRC

Ve: Cutting speed, f: Feedrate, @p: Depth of cut, @e: Width of cut

Note)

1. Incase of stainless steel, recommend wet cutting.
2. Recommend to use-F1 type insert for low rigid work.
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Il CHIP SHAPE COMPARISON (3]

—]

Work material: S15C, Tool dia.: ¢200mm, Vc=300m/min, f=4mm/rev, ae=137mm 8

7

DIJET .
- I - PR Competitor B
Chips by finishing insert Chips by semi-finishing insert
Adp=0.05mm

Ap=0.1mm
Adp=0.2mm

@ RJM obtains excellent surface roughness and longer tool life by stable cutting due to adopting the
combination of 2 semi-finishing inserts and 2 finishing inserts. This combination divides the chips
and cutting force. Competitor B got chipping problem by excessive cutting force due to increasing
ap.

@ There is no step on the surface which is machined by FJIM.
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r—8 W CASE STUDIES
>
g \é\iorksizte: 2~1rpxp{_3m_ o e . | Partname Stamping die
= insegrt: %.\qlﬁq? inishing insert and semi-finishing g Material FC250
Hardness -
7 Tool No. FJM-4200R
- Grade SDHW1504ADFN—J\r/V1 (JC8003) (1N)
e / SPHW1203ZPTR (JC8015) (1N)
e 21m w | Ve, (n) 183m/min (292min’")
.E VA, (f 2) 1,460mm/min(5mm/rev)
E | ap(mm) 0.3 (mm)
Competitor B: Ve=146m/min, Vf=800mm/min, ap=0.3mm o
Step between finishing insert and semi-finishing insert: 0.1mm = ae (mm) 180 (mm)
E FJM obtained same surface roughness with E Coolant Dry
£ |80% faster feed speed than competitorB. Machine Double column MC
Worksize:1050mm x 1090mm x 60mm » Part name |njection mold
y g Material S45C
§ Hardness Non heat treatment
~— Tool No. FJM-4200R
s | Grade SDHW1504ADFN-W2 (CX75) (2N)
o a +
< 1.05m SPHW1203ZPTR (JC8015) (2N)
1.09m “ Ve, (n) 207m/min (330min-")
S| Vi(f2) 1,050mm/min (3.2mm/rev)
_ _ _ 'g ap (mm) 0.2 (mm)
Competitor B: Vc=126m/min, Vf=400mm/min, ap=0.3mm ; ae (mm) 180 (mm)
= FJM improved machining efficiency by 2.6 5
2% |times and surface roughness compared S Coolant Dry
£ | with competitor B Machine Double column MC
Work size: 1668mm x 1880mm x 300mm o Part name -
g Material SKT4
Hardness 35 HRC
Tool No. FJM-4160R
_ Grade SDHW1504ADEN-F1 (JC8003) (2N)
S +
= SPHW1203ZPTR (JC8015) (2N)
“ Ve, (n) 120m/min (240min")
.§ VA, (f 2) 800mm/min (1.67mm/rev)
E
- F1 type insert for low rigid work achieved § ap (mm) 02 (mm)
S | surface roughness Ra=0.8um at feed > ae (mm) 120 (mm)
= speed. SOOmm(min under unstable g Coolant Dry
clamping condition. © -
Machine Double column MC
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Back & Forth Cutter P FCTYPE

High speed up and down two way cutting can
improve the efficiency and accuracy.

Reciprocating Milling
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1 High speed & high accuracy » Surface roughness and Parallelism/Perpendicularity: 0.01mm or
can be achieved. less (feed & pick direction).

Improvement of machining method

Y e N

Improved method:
by up and down cutting moim
i _— )
. @ Long machining time.
@ Deflection and waviness

problem occurs.

@ Short machining time.

@ Exellent surface
roughness

@ Deflection and waviness
problem occurs.

EXB.Z"'IGSS and su.ess

\ J

2 Suitable to use with extra overhung length

DSA arbor: total 43 items
Available maximum overhung length: 400mm

3 Easy to adjust the 0.D.run out

Instructions for adjusting the 0.D. run out

step] STEP2 On the machine
LS < the set bolt @ Measure the O.D. run out on the machine.
- o
@Rigid tighten"9 (® Adjust the lower inserts to reach the same height
as highest insert by tightening the screw for radial
E— Set bolt adjustment.
Oo— Never loosen set bolt while the adjustment.
%ﬁr%"aial @ Adjust O.D. run out 0.01mm or less.Target 0.005mm
%‘“J/ adjustment

(D Loosen all the screws for radial adjustment. _‘-

(2 Tighten the set bolt as pushing the cartridge to axial direction. R
Tighten the set bolt firmly.

(3 Set the cutter body to arbor.

4 CBN insert and JC8003 DV-coated insert are available as standard stock.

CBN: JBN50O is the best grade for high speed machining and accuracy finishing and longer tool life.
DV coated: JC80083 is suitable for semi-finishing to finishing.

5 Consolidating of parts.

Easy setting by using same wrench for insert clamp screw and screw for radial adjustments.
And the same parts are used from smallest diameter to biggest diameter.




‘Back & Forth Cutter P FCTYPE \

I SURFACE ROUGHNESS
[h (Cusp height) um= (532 x 1000 j

. ¢@Dc (Tool dia.)
R: s

Pt (Pick feed)
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It is efficient to use large diameter cutter to
increase the pick feed. But large diameter
cutter may cause interference problem in
case of complex work, so to be considered.

h (Cusp height)

H BODY

Lf

(- ‘ ‘#;‘

| o

| @Dc*0.3 |

Dimensions (mm)

No. .
Cat. No.  [Stock| of Weight
fues| ®Dc | LE | Db | @d | @dl | a b e | (kg)
PFC-4050R-22 | @ 4| 50 50 47 22 17 1104 | 6.3 | 20 0.6
PFC-4063R-22 | [J 4 50 60 22 17 1104 | 6.3 | 20 1.0
PFC-6063R-22 | @ 6| 63 50 60 22 17 1104 6.3 | 20 0.9
PFC-6063R-27 | @ 6 50 60 27 20 | 124 | 7 22 0.9
PFC-4080R-27 | [J 4 80 50 76 27 20 | 124 | 7 22 1.8
PFC-8080R-27 | @ 8 50 76 27 20 | 124 | 7 22 1.8
NOte)12l. é:leggteteiresfearr?)asgg%igg;fvgr?euctci)rr]sswr;'ded cutting conditions. Modular Head Tvpe

@ : Standard stock items [ : Stock in Japan O : Soon to be deleted ]




|Back & Forth Cutter P FCTYPE \

MINSERTS

o

Indexable Tools

DPGT0903-W3
JC8003

DPGT0903-W3
JBN500

PVD coated CBN
Tole-
Cat. No. ance JC8003 JBN500
(Semi finishing * Finishing) (Super finishing)
DPGT0903-W3 G o O

10 inserts per case, but grade JBN50O insert is packed in1 piece per case.

B PARTS
Clamp screw Wrench Set bolt for arbor
<D
& / &
Recommended torque:1.8N*m % for pd=27mm cutter
DSW-307H A-10SD M12x1.75x30
Cartridge Screw for radial Set bolt for cartridge Wrench for cartridge
adjustments

Y
55
» &

SDGPR0O9CA-PFC RSW-05008 HCS5-10 LW-040

{ @® : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted
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‘Back & Forth Cutter PFCrype \ 2
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—
Il CASE STUDIES (3]
Overhung length: 400m Part name Stamping die §|
5| Material FC250 )
Hardness -
= Tool No. PFC-6063R-22
= Grade DPGT0903-W3 JBN500
Ve,(n) 6,000 (min''), 1,18 (m/min)
2| Vf(f2) 6,000 (mm/min)
E ae (mm) 0.05 (mm)
| After 3 hours machining, inserts did not show é’ ap (mm) 0.50 (mm)
= | any chipping and wear. Excellent surface =
B | quality and tool life. Surface roughness and =3 Coolant Dry
e [ deflection was below 0.01mm ;
Machine Double column MC
Il RECOMMENDED CUTTING CONDITIONS
Work Insert Cutting speed Feed per tooth fz Depth of cut
Materials Grades Ve (m/min) (mm/t) ap (mm)
Cast iron JBN500| 1,200 (800~2,000) 0.1 (0.05~0.15) 0.05~0.1
FC250
160-260F18 JC8003| 400 (300~500) 0.1 (0.05~0.15) 0.05~0.5
Nodular cast iron JBN500| 1,000 (600~1,500) 0.1 (0.05~0.15) 0.05~0.1
FCD600
1100008 JC8003 300 (200~400) 0.1 (0.05~0.15) 0.05~0.5
e e [JCB003| 200 (100~300) 0.1 (0.05-0.15) 0.05-0.2
B NOTE

1) In case chatter occurrs and unsatisfactory surface quality due to machine and work rigidi-
ty, recommend to
reduce spindle speed or feed per tooth.

2) In case of using as face mill, recommend to reduce feed per tooth up to 0.05mm.
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Tl PVD coated Dimensions (mm)
Cat. No.
fance€ pH103 |JC8015 |JC5040|JC5118|JC8118| @Dc T @D
RDHX0501MOT | H ° O 50 | 15 2.0
RDHX0701MOT | H ° O ° 7.0 | 1.99 2.8
RDHX0702MOT | H ° O O 7.0 | 238 2.8
RDHX1003MOT | H ° O [ 10.0 | 3.18 3.9
RDHX12T3MOT | H ° O O °
RDMX12T3MOT| M ° ISR
RDHX1604MOT | H ° O O O °
RDMX1604MOT| M ° ° 16.0 | 4.76 50

10 Inserts per case

{ @® : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted
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I INSERTS
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ODMT TYPE

S8

PVD coated Dimensions (mm)

Cat. No fole- | g,
at. No. JC8015 JC5040 A T rance
ODMTO0606AEN [ ) [ 16 5.5 M 1
0DMWOG606AEN ® 16 5.5 M 2

10 Inserts per case
XDHW TYPE
R /§;>/ \15"
Il SPECIFICATIONS
PVD Coated Dimensions (mm)
Cat. No.
JC8015 | JC5040 DH103 A T (@ R d
XDHW0206-05 o [ ) 6.5 2.38 10.589 0.5 2.8
XDHWO0206-10 o @ o 6.5 2.38 9.846 1.0 2.9
XDHW0310-10 o o [ ) 10 3.97 15.948 1.0 4

10 Inserts per case

@ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted }
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I INSERTS
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APKT1003PDER-05

¢d

PVD Coated Dimensions (mm)
Cat. No.
JC5118 JC8050 A B T re d
APKT1003PDER-05 () () 104 | 6.703 | 35 0.5 2.85
APKT1604PDR-08 o ([ J 16.7 9.55 57 0.8 4.5

10 Inserts per case

Bl INSERTS

ADKT1505PDER-08

/@
. y
< ‘ A T
PVD Coated Dimensions (mm)
Cat. No.
JC5118 JC8050 A B T re d
ADKT1505PDER-08 o [ J 15.837 | 9.605 | 5.64 0.8 4.5

10 Inserts per case

{ @ : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted




‘ L \ =)
o

(1°)

>

)

=2

I INSERTS (7°)
=

=

APMT 7)

PVD Coated Dimensions (mm)
Cat. No.
JC5118 JC8050 A B T re d
ADMT100308PDER () () 10.23 | 6.43 | 3.32 0.8 2.8
APMT160408PDER o (] 15.645 | 9.525 4.85 0.8 5.4
APMT160416PDER ([ [ ] 15.577 | 9.525 4.85 1.6 54

10 Inserts per case

@® : Standard stock items [ : Stock in Japan © : Soon to be stocked O : Soon to be deleted ]
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