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Combination of high rigid G-Body and excellent insert stability gives stable machining in case of roughing .
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High efficient machining can be achieved in case of deep cutting.
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Type Cat. No. Stock i’r\:(s)ér?g éDc| Lt |¢pDv| ¢d | ddi| a b / V\/(ei%)ht P e | Parts '9-
D
NVC-3050R ® | 3| 50 65 | 47 22225 96| 84| 5 19 |0.57 %Em’pscﬁvlv’ 1
7 & | NVC-4063R L 4 63 | 50 60 [22225/16.5| 84| 5 20 |0.62 2
M CSW-515 [
1 ./9': NVC-4074R ® 4 74 | 65 72 | 254 1206 | 95| 6 25 [1.27 2
YA o HER LY
Inch Bore | NVC-4080R L 4 80 | 63 76 |31.75|26 12.7 | 8 32 [1.32 § Rec?gg?i”de‘j 2
NVC-5100R ® | 5 (100 63| 96 317526 |127| 8 | 32 |24 | 2= S5Nm 1o
(@)
NVC-3050R-22 | ® | 3 | 50 65 | 47 | 22 | 96104 63 | 19 |057| = b= |1
N E
=y NVC-4063R-22 | ® 4 63 | 50 60 22 (165|104 | 6.3 | 20 |0.61 i
H#4 X | NVC-4080R-27 | ® 4 80 | 50 76 27 |20 124 | 7 22 1.1 A-20 2
Metric B I
) NVC-5100R32 | ® | 5 | 100 63 | 96 | 32 |26 | 144 8 | 32 |2.39 2
) 1 RILFICF v TIIHEBFRATHY FRA. BlEERHEZEL,  Note) 1. All cutters are supplied without inserts.
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Cat. No. Tolerance JC8015
NVC1507C05 M o CSW-515 A-20
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ZEMI RH LK E360mm  Rough plunge, overhung length: 360mm
BEM1EE.F v TIE®ER  Tool life: 1 hour, insert: normal wear

;’%x 4 {1 Partname | FLR€E Stamping die
%g’ Al & Material FC250 Castiron (GG25)
¥ |FE = Hardness 250HB

= | & Tollo NVC-4080R (4N, ¢ 80)
ég F97 RAEMIE Crade NVC1507C05 (JC8015)

FERE /HIRE n, Ve

500 (min™), 126 (m/min)

BYRE/REVE Uz

300 (mm/min), 0.15 (mm/t)

i £ | @p (mm) 8 (mm)
I 2 |Pt(mm) 8 (mm)
4t = MHBEF v EL T MR A—F AL ZGF v TES | § YUY CTHHE vl removal id Q= 18.9 (cm’/min)
A2 | ERETHREINIA, E[p_z- ToSo— &
B Competitor{s tool showed chipping. DIJET tool showed nor- ¥ 3|9=5>F  Cooant 78— Airblow
mal wear and still was able to continue. {55 FAHAE Machine FAfSMC  Horizontal MC

®  A—H—FEES Standard stock items

O : JFETEER  Exclusive distributor stock

X BEEES  Make to order




Az A \\Vies A= £ 2 TESES Recommended cutting conditions for NVC type

i E F o THTE SR E IALYDEYE | EEHAAOPAHES [EvsIT(—F
. Cs Cutting speed feed Depth of cut Pick feed
Ve (m/min) fz(mm/t) ae(mm) Pf(mm)
(S-C, SCM) JC8015 70-160 0.1-0.25 ~7 ~0.5Dc

Carbon & Alloy steel

T E4H
(SKD) JC8015 60-150 0.1-0.25 ~6 ~0.5Dc
Die steel

ek
(FC) JC8015 100-200 0.1-0.30 ~10 ~0.5Dc
Cast iron

%4
(sc) JC8015 80-180 0.1-0.30 ~10 ~0.5Dc
Cast steel
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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 dp or Spindle speed and
keep feed per tooth.

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

4) Use air blow.
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