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Tuff Modular Head System

Wi = Features

1. BE—REDEBFEDEICED REVDRVLIIITHUU D ZMH L S BICLEN2~3EOFEERIM I HiaT§E,
NIRMZXIBICERL. IAM OV ERRLET,

2. WIITH S EFMIETSICEENTIET, 16ROy REDEBSHEHAIRET. TROSKHIEHENET
3. EIREBDEBEICENY FREROBTHIGTE DDA RERHRUILHDT=8 . B R ICITMHATHE,

4. F—VBEY v 07— I\GEE—#DI BN HIFENRICLIBEBNIEF v TORERIL '
[C&D BEIERR(JCTMA)RERNRRORES VI Yook KREENE L,

HED
T

1. 2 to 3 times higher efficient machining can be possible compared with conventional steel body, due to control the vibra-
tion by the combination of tuff modular system. Machining time is greatly shortened and cost reduction is achieved.

2. Intensive tool management can be possible from roughing to finishing by the combination of 16 kinds of heads.

3. Carbide shank can be used repeatedly only by exchanging a head even if the head damaged. Also head can be easily
exchanged because of the screw mounting type.

THEVECEN IR S+ REOGNUEIC KD . REFESE65HRCL EEFEE D DEAZE R (Cia < FRllE T A4
AEB LU TESMERRMILEE30%L £7y 7 BEEINTREICORNZEFRIELE T,
G_ Bod TSI IO FORE. BOREENFIT ZHREBDFT
y 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, 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.
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Type Tool No. Appearance / Tool dia. Enterning angle / Max. ap Type of machining
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Type Tool No. Appearance / Tool dia. Enterning angle / Max. ap Type of machining
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Modular Heads e
Cutting performance

SU-—

[MAE—@(BEY v+ I) EAF =Y vV I DIEHELLE

Performance comparison test Carbide shank VS Steel shank

WIS Cutting conditions

ofFFT E Tool: AF—=)L v/ Steel shank SKS-2020-130-S20 OLTIAHHRE Depth of cut: dp=0.3mm
#BIE/ +>/2 Carbide shank MSN-M10-140-S20C + MSH-2020-M10 ®twZ J—R Pickfeed: de=12mm
®F v JHZE Insert No.: WDMWO050316ZTR (JC5040) otJJHlH Coolant: I 77—2J0O— Airblow
o EIAF Work material: S55C of5E F A Machine: ILFZMC Vertical MC
OfFEE Hardness: 201HB OZZH LR Overhung length: £ =190mm
{EC3%E Low speed | E& High speed 55>/ b Down cutting

DB EE Cutting speed Ve = 80m/min Ve =150m/min

[E1%553 FE Spindle speed n =1,270min-" N =2,390min-"

EDRE Feed speed Vt=2,000mm/min | Vf=4,800mm/min

R DX D 8 feed per revolution | f =1.6mm/rev f =2.0mm/rev

WtIEISESE Cutting area comparison

THEDEDE
(mm/t)

1.2

1

0.8 A . A —
O.@: UUbEL A.A:HALUUDbS®D X: UUbXK
06 = No chatter Small chatter Big chatter
MIREEIE7 V!
60 80 100 120 150 180 KU (m/min) Improved efficiency by 3 times!
WEIEIEHT Cutting force comparison
{E& 1 (Ve=80m/min) =i (Ve=150m/min)
| AF =)L v IZAE Steel shank body R i AF=)bI v IAAE Steel shank body
500N ‘0.02sec | HNTEE Actual step: 0.300—0.320mm

0.02sec ﬂﬂIﬁﬁE Actual step: 0.302—0.327mm

S Y:975N ¢ -——Y—anwsn j
| A " AL 720N &
n’ : - | ' iy “‘,‘l' gl M A

0.02sec

TE[E—FBEEZ/ +>/2 Carbide shank body 00N | TE[E—{E#BIE S/ +>/ 2 Carbide shank body

DNIEEZ Actual step: 0.300—0.3p5mm 0.02sec BIIERZE Actual step: 0.300—0.305mm
¥ Y:800N | |

¥ y:725N |

AF=b
VAV
Steeel
shank body

WESHEIE Tool life comparison B> v JIi8{5IRHEE Damaged condition of inserts

Edm¥E: VB MAX 0.2mmid
i Judgment: VB8 MAX>0.2mm {No.1) {No.2)

257 vy
Chipping

RF =Y v %8

Steeel shank body &%
JC5040
25m(5.293)
NI#%

After 25m (5.2min)

TRE—# 525 -
Carbide TEE—B
shank body Carbide shank body
JC5040
525m(109%3)
100 200 300 400 500 600 T
) f Q=1,890cc/d—7
2] 3B IO i) After 525m (109min)
Q=1890cc/corner
J
O . A
oEMmKIEF YT « Tool life was greatly improved.

B> A MMESR Results

o EIF THERERIFTHUUDIEL! -« Nochatter in low speed and high speed conditions.
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ATI1S5S—A\YREDHFEFD; = Attention to mounting head and MSN / MGN shank holder

EI25—Ay FERALEDFEEIN WU

EIAS5—AY RFEOITIFFIE Tightening procedure

A {RiEsH

Cleaning Initial Tightening

D -Fvy

Final Tightening

EIaT— YR A—IVBE v
Z—N\ITEE—&J (BHULIFERAF—)b
20 7—I\[TEEG-Body)) D
S I 7—CTEIELESLY,

Remove dirt and chips with air from the
connecting thread and shank holder.

FWMOICT.EI25— Ay RimEE
F—IVBEY v 0 7—I\[TEE—#l
BULBERF=I v o 7—I\[TEE
G-Body)inEH=H1c 3 CIR#fHLT
<IEEL

Tighten by hand until the head and the
shank holder faces meet.

NL2 2 O—ILRINF B ULIESAY
REHRINF (DSHA T %Sy REHE)
[CTHENVIETH > b EMERSE
DO UTLEE LV EERINTEVNC &= T
SBLIEELY

Tighten slowly with torque control span-
ner wrench or specially spanner wrench

for S-Head and confirm that there is no
gap.

Attention : Final tightening without initial tightening cause connecting thread break.

‘ CERFEHE FCIREICFRAD HHIRETHRDT DL RUBKDIRETT EREDHDET

A\EEEIE NOTE

1. ZINFERVY Y RO—)LRINF B UL IFSAY REHR /(T
(DSHAT  xSAw MERER) ZUHFERALIEEL,
(ML O—IVRNFERADBEIF UT ML IEZESRIEEW)
Only use the spanner wrenches that designed specifically for S-Head
or torque control type.

NL2 3> sO—IVRINF

H Torque control spanner wrench
2. Z)SF I MDMI BRI > < D EEERE B TARD S, b
Please turn the spanner wrench slowly during use.

3. BEVaS—AyREFT—IVEBEY v o7 —I\[RE—#I (B UL ERF =LY v 0 7—/\[TEEG-Body)) D
IREZEZE S BT IREDTEVNC EZHERLEE L,

Please confirm that there is no gap.

SAy RERZR/INF(DSH1T)
Spanner wrench for S-Head (DS type)

BSAY RESY Except for S-Head BS~Y R S-Head

5 o| g —EME Wmm) . . SAYRSMSAR | SAvYREH
s maeo | SERWED o] muo [ SIS | SreE
Y IgNIeNing tOrqUe | gpanner size except for S-Head Y IgNIeNing t0rquUe | ganner size of S-Head | Cat No. of spanner wrench for S-Head
M6 8.0N-m 8 M8 10~11N-m 14 DS-14
M8 16N-m 10, 12 M10 10~16N*m 17 DS-17
M10 16N -m 14,15 M12 15~20N*m 22 DS-22
M12 20N m 17 M16 20~25N*m 27 DS-27
M16 25N -m 22,26

MANFTRFEI 25— Y RFEICEMBLTE DT B ABIEHKHLTEEL, Modular heads are supplied without spanner wrench.
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Modular Heads
| EYa5—Av EREO:EEEE WU

A TBE—@& (EYaS—AyRAFA—IVEBEY v+ I7—\) BERD;ES Selection of "MSN Carbide shank holder"

HEP16BDEY 15—y FEERTHHESR HELD TmmL EHEEOHMVEE—RZEEL TS,
1D LT DD FHAHICKD JEE—HDTET DERHHDE T,

In case of using modular head over ¢16mm,
please select MSN carbide shank that diameter (¢ D1) is Tmm or more smaller than modular head (@ Dc).
A wrong selection causes the carbide shank damage.

¢oDc—pD1=Z1mm CE
U752 20.5mmbl EHE

Clearance necessary
more than 0.5mm

HE—MOER: ¢D1 |
MSN carbide shank
neck diameter

YIb<FZE{RET DD -5/ I7T0—D
ERZEHERELIT,
Coolant or air blow is recommended to remove the chips.

EIa15—\vRODHIR: ¢Dc
Modular head cutting diameter

T EFNIR(ES—R—IL.Z5—S5IT7AEFEAR) X t)DLFOHHAHCLDITBEDDEFGDIEA.
(DU7PSV20.5mmUTCHRESDFEA.)

In case of finishing operation (using Mirror Ball, Mirror Radius etc.), the damage risk of the carbide shank is low.
Clearance more than 0.5mm is not necessary.

A REZDHHRIVIADID{FIFIFD;EE  Caution for the mounting to shrink fit holder.

F—IVigEY v I 7—IN\TEE—HBI EEI 25—y REREFHNIVY TERITBEF EI 15—y RZ[FFTUT. [FRE—H
DHZEFEZEDUTIDMIFTIEE L Ay ROERD I EEFHEICITOTIEE LN,

When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank without mounting a
modular head together. Please mount a modular head after shrinking fit.

ENY REFIFIEFFRERFHETIENAY ROF Y ITDRRFFNLLIED I ENHDFT,
Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.

FINWISITEEIA TDF v TEDGHIZESR Insert set up installation points of double clamping mechanism type

z A WIBEFYIIS
57— = W == X NS B = 5 = 23 .
TR\ PI7—)0—CE BMOLY)&2FvIOSVT SAFEHS. BERLTLEEL, ZERBL. ISV THARI & VIR EHDANT.

®U b FEZRELTL RUICEMLTLEE RO~V v O—LLY HWDARNTLEEV. (U5

FyIZRDFIFBEIC. F v HHEKHZL\%%EMEM& ia‘wj”ia‘wﬂglﬂﬁil:ﬁ Hi"—-yjb":’?:%l:ﬁz_\’ﬂfctt

REEWVW.ZOR . FyTEDE Pl d the attached FHULLR . ABENTLS L THIF FEE2CWMOAHEELT wWwIIEERICE
FBEU/UBHEINFTIY | Moly coat on the clamp | YFEBALTFYIISUT | 6.0BHBLEHFTFyIOR T{“ZEWQI;IELI
ILTLIEE L, screw. FIEFDIRATL EE, BiISFTEET T ) LIEELY

Clean the insert seat by brush
or air blow before installing
the insert, and remove the
chips and dust completely.

In that time, please confirm
whether there is neither the
deformation nor burr of insert
seat.

N
FyIEBERUTEEZL,
Clean the insert itself.

Fix the insert to insert seat
while surely suppressing it.
Tighten the clamp screw with
torque wrench on the market
or an attached wrench.
MLV O—-ILLYFITED
RGO ML

Recommended torque for clamp screw

MULOTZE | #EE DT ML
Wrench size | Recommended torque

T15 3.6N-m

T20 6.0N-m

Confirm the insert is completely
fixed, then tighten the screw for
clamp set.

(Only the clamp set loosens
even if it doesn't completely
detach it and index or remove
the insert is possible.)

Be sure to fix the insert
completely by tightening
the clamp screw again.
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PR -t omm-K 1 :1))=[- Application for choice of DIJET high feed tools

BREURE (L/D) ENiAHFEE (a@p) The relation between ap and L/D

ap(mm) . QM= JL(MPM)
0.8 QM MILL (MPM)

— QMY v I 2 (MQX)
QM MAX (MQX)

— EEDY (Y25 —(MSH)
HIGH FEED DIEMASTER (MSH)

ERTE:
RXEDAYF(EI2AS—F1T)+
TEE—&(F—IViEBEY +> 0 7—I\)
Tool :

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

1HREI: R
Work material : Carbon steel

10 (L/D)

V¥ kA€M Point

ap (75 mEEAd - mm) OLEES ap (Depth of cut: mm) 4 Machine
oL /D=4 T TIFAMT v I A (MQAX) . BiXhF A Y X5 — oM S/ BIMEDEL AIAHZ RS TELVETIXEIRNT
(MSH)H'ap=0.8mm<&FRLSIMITED ZFIDAM= )L (MPM) ZHELE
In case of L/D=4 and under, QM MAX (MQX) or HIGH FEED If machine does not have enough power, machine rigidity, and enable
DIEMASTER (MSH) are possible deep cutting at dp=0.8mm. to be deep cutting, recommend to use QM MILL (MPM) with low

QM= JL(MPM)IFL/DIC & . apDZEAEH L) cutting force and multi blades.
QM MILL (MPM) maintains stable dp in case of changing L/D.

WY1 < FHEHE Metal removal rate QM= JL(MPM)

1D <FHFHE Q (cc/min) (‘r/rfvmin) 2M M&L)(;/I;I\;;E

140 9 Feed speed :Vf
W U< THEHE
120 5 8 Metal removal rate : Q

100 . e 7

QM7 v I Z(MQAX)
QM MAX (MQX)
0--0 XDhEE
Feed speed : Vf
W o< THLE

Metal removal rate : Q

80

60

40

20 XD LT RX5—(MSH)
HIGH FEED DIEMASTER (MSH)
0--0 EORE
10 12 16 20 25 32 40 Feed speed : V/f

S4Z Tool dia. (mm) I Ib < THIHE

Metal removal rate : Q

ERATE: BXbHYH(EYa1S5 -5« ) HBEE— (A —IVEBEY v 7—I\) Tool : High feed tool (modular head type) +MSN carbide shank holder
ZENEIDL/De=4L T #iHI#: kZ=#M. 3e=0.6xDclCT L/Dc=4, Work material : Carbon steel, de=0.6x0c

V ikA /B Point

1 L FHEHEDEE Metal removal rate B4 Machine

018U T TIFQAM=IL(MPM) Z#t 32 o/ \EUEE (BT40LLT) TIFQAM= )L (MPM) ZHE 2 (3K H1)
In case of tool dia. 16 and under, recommend to use QM MILL (MPM). In case of machining by small machine (BT40 and under), recommend to

020~ A0TIEAMT Y & 2 (MQX) EHelE ustf QM MILL (MPM) with low cutting force.
In case of tool dia. 20 and over, recommend to use QM MAX (MQX).  ®HHEHE(Vi=10m/minL{F) TIFQAMY v & R (MQX) Z#E3R (K1)
In case of machining by middle speed machine (Vf=10m/min),
recommend to use QM MAX (MQX) with low cutting force.

O (Vf=6m/minLF) CTIFEIED F A Y X5 — (MSH) Z# 12
(BO—F LR TRER)
In case of machining by low speed machine (V/f=6m/min), recommend to
use HIGH FEED DIEMASTER (MSH) with 3 edges economy.
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MSH| &2b513¥25— £5a25—Ay K WITENEINRVIIE 42557 Sndard e
TYPE EL R 56~59~-2)

MD '—
/
N Lo FEEID oy MIT

@ Db

~F & (mm) Dimensions IR S Parts
KHnF v - _FE _
o = | % Applicable inserts gajmjpiﬁx 73;%%; h =
Cat. No. Stock ||r\1|§er(;fs @Dc| Lf |¢Db| MD | W N & s
©‘ @ /

MSH-2016-M8 | ® | 2 | 16 —
MSH-2017-M8 ° 5 17 23 15 | M8 12 WO3%04... |TSW-2556H - A-08SD
MSH-2020-M10 o 2 20
MSH-2021-M10 [ 2 21 30 19 | M10| 14 WD 05... [DSW-306H - A-10
MSH-2022-M10 ([ 2 22
MSH-2025-M12 o 2 25
MSH-2026-M12 o 2 26 35 | 23.6 | M12 | 17 WD 06... [CSW-408H | DCM-18 A-15
MSH-2028-M12 ><| @ 2 28
MSH-2030-M16 o 2 30 WD3¢3%06... |CSW-408H | DCM-18 A-15
MSH-2032-M16 (] 2 32 WD33x08... [DSW-4510H DCM-17 | A-20SD
MSH-3032-M16 (] 3 32 WD ¢06... |CSW-408H | DCM-18 | A-15
MSH-2033-M16 [ 2 33 | 43 29 | Mi16 | 22 WD ¢08... |DSW-4510H| DCM-17 | A-20SD
MSH-3033-M16 [ 3 33 WD ¢06... |CSW-408H | DCM-18 | A-15
MSH-2035-M16 o 2 35 WD¢¢08... |DSW-4510H| DCM-17 | A-20SD
MSH-3035-M16 o 3 35 WD33%06... |CSW-408H | DCM-18 A-15

) 1LRILICF v TBIEHFAALTHDFBABIRRRDLIEE L, 2. EV2F—Ay ROEERTF ML IEPBZESSRIEE ., 3. ¥EOFEIFCRT 1 TlEHbFEEA.
4. 9T oSV THEES A TERBICRIF v TRD M I EFEZNFCESREEV. (P.781)
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque. 3. ¢ mark shows: not G-Body head.
4. In case of using double clamping modular head, please confirm “Insert set up installation points of double clamping mechanism type” (please see page 7).

MSH =t Lo &K Dkl LN S Modular head MSH type ZH AT Fine pitch type

TYPE 9 —32 FIUIFE Through coolant hole NN 49~6a~—y) @IE S 56~69~—y

5 G-B@dy .
/ 43 waEgb Moy T M sEmnT A AUALNT
A (111111411 g Sl il v Sl | e s i =~ It N
- S VAN i e P
TSW-2556H 0.9
DSW-306H 1.8
CSW-408H 36
DSW-4510H 6.0
~ 7 (mm)Ddimensions T v IR M Parts
3 . I9>27RU LF
A
E & TR N Applicable inserts Clamp screw Wrench

No. of :
PSS Stock inserts | @D¢| L | @Db) MD | W '@ & Q
g /\

MSH-3020-M10 20 | 30 |19 | M10 | 14

MSH-3021-M10 21 | 30 |19 | M10 | 14 WO 04... TSW-2556H A-08SD
MSH-3022-M10 22 | 30 |20 | M10 | 14
MSH-3025-M12 25 | 35 | 23.6 | M12 | 17
MSH-3026-M12 26 | 35 | 23.6 | M12 | 17
MSH-3028-M12 28 | 35 | 236 | M12 | 17
MSH-3030-M16 30 | 43 |29 | M16| 22
MSH-4032-M16 32 | 43 |29 | Mi6| 22

MSH-5040-M16 40 | 43 132 | M16| 26

)1 RIVFICF v TRIEFHFAATHDFEBABIEBROIREEV, 2. EV15—Ay ROHEM (I ML IEP.6ZSSRIEET.
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.

WD3%3%05... DSW-306H A-10

(2K 20 K 20K 2K Y
O W W W ww w| w

o [ @ | X—AH—7EEEmR Standard stock items O : EBTEEEM Soon to be stocked O  EENELIEDRERFEE Soon to be deleted




b0 RE A Ay AW Insert (without chipbreaker)
TYPE

// DIJET

| | 1
Fig.5
B

= yE ~ & (mm) Dimensions PVE\%_CJatgdyg CVI(I“JV:[I):;;tgd‘Jﬁ

cat. . e AT | B | & | 8 |Jcsots J(?(%O JC5015|JC5040 J:}%B JC600 |JC730U
WOMWO04T215ZER 65| 2.8 0.8 1.5 13 @figl| @ Fig @Fig2| @Figl
WDMWO050316ZER 8 3.2 1 1.6 15 @ Fig4 @ Fig3
WDMWO050316ZTR 8 3.2 1 1.6 15 @Figl| @ Fig @fig2| @Figl
WDMWO06T320ZER M | 10 3.97 | 1.2 2 15 @ Fig4 @ fig3
WDMWO06T320ZTR 10 3.97 | 1.2 2 15 @fiol| @ Fig @Fig2| @Figl
WDMWO080520ZER 13 5.5 1.5 2 15 @ Fig4 @ Fig3
WDMWO080520ZTR 13 55 1.5 2 15 @Fig5| @Figs @Fig6| @Figs
WDHWO050316ZTR 8 3.2 1 1.6 15 @Figt| @Fig2
WDHWO06T320ZTR H | 10 3.97 | 1.2 2 15 @Figl | @Fig2
WDHWO080520ZTR 13 5.5 1.5 2 15 @Fig1| @Fig:2

17 —Z10fEADTT, 10 inserts per case.

S0 PE AV o9l Insert (with chipbreaker)
TYPE

PVD—F+12J
PVD coated |

CVDI—F4VY

iy
4

CVD coated £ :
R — PVDI—F1>%5 CVDaI—5+>%
e = gz X & (mm) Dimensions PUD coated CVD coated
. @ @
cat. o. folerancel A T B | £ | 8° |Jcs015JC8050|JC5015/JC5040|JC5118| JC600 |JC730U
WOMTO04T215ZER 65| 2.8 0.8 1.5 13 @Fig7| @Fig9 @ Fig7
WDMT050316ZER M 8 3.2 1 1.6 15 @Ffio7| @Fig8 @Fio.7
WDMTO6T320ZER 10 3.97 | 1.2 2 15 @®Fio7| @Figs @ Fig7
WDMTO080520ZER 13 5.5 1.5 2 15 @®Fig7| @Figs @Fio7| @Fig7| @Figs

1 —X10fBADTY, 10inserts per case.

[

@ | X—H—7EEEm Standard stock items

O : JEETEEmR Soon to be stocked

O EEDELIEDREFEE Soon to be deleted

O
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m Features

FULL LINEUP

QM?YIREIAS—=AYF

"QM MAX" New genaration high feed mill MQX type

G-Body;

MBEOIRTHRZEE U BIEHA T

(iR

Low cutting
force

(D SpEm———
%3
Multi blades
specification

)
{REIoV—
Vibration

free of MSN carbide shank holder.

=Excellent for vertical wall machining.

SHERRICKDEED I T HATEE

Multi blades specification achieved Q=144cc/min.

FyvIINUI—-3>

Inserts variation

v (IEIEHF RS 25%ER) T dp=1.0mmT DI THATEER
MIAIE, £ 1.7mm EDITRERE ICSVWTHIEEER - B HENZ(L B T I 5B I T THRI EULJO

Adopted unique 3D geometry inserts with low cutting force (25% lower than coventional tool), QM MAX achieved high efficient
machining up to ap=1mm. Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity milling.

EVa5—~v RMQXFE . BGiRIIRICEBN
[CKD . UUDELK . FEERINTEF Y TOREFRILZERR.
“QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control the vibration by the combination

T b {FHHE144cc/min (p32EY15—%+ FERE) ZRIR,

A=V v o 7—N\[TEE—# ZlHEHOEDTL

= ok

&= BE

=iEbHA

High feed insert
EPMT100312ZER

=EDAANTEER
High feed insert for unfavorable
condition

TBHID A shoulder insert
0.03mm or less cusp height gives
true 90 degree with no mismatch

ZPMT1003...ZER (3-7R04,0.8)

EmE - AEft EIFA
@ =5—Fv7
“MIRROR INSERT" for finishing

side & bottom face

EPMW
100312ZER
EPMW
100312ZTR

FyIHEICE. AAEDE
KU IEIIC
T4V IHEICB102) BLUY—Xv K CX75) 251V F v,

BRBERFPVDI—F 1 J%1&E (JC8050) M. c5IC. =5—F

YPHW100308ZER-15

[ BEE@D 52 L0.03mmA T ]
L —BEHSEBEEM. Fy VAR MASESZOHEIMF THIGAEEEPVDI—F >V J111& (JC5118) &

v IYPHWHICI. EEEHM - @&EIMIADI#HPVDI—

Adopted new PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy. And tough grade
“JC8050” for interrupted cutting.Moreover, adopted new PVD coated grade “JC6102” and cermet “CX75” for “MIRROR INSERT” YPHW type.

9)[=li:4:8 Cutting performance

Tool life comparison Metal removal rate comparison

#WHI# Material: Z7U/\— K >$8(NAK8O, 40HRC) P21, 40HRC

{EFF v~ Insert No. : EPMT100312ZER (JC8050)

YJHIZ&4 Cutting conditions: Dc=32mm, Vc=120.6m/min(/=1,200min-),
f=3mm/rev (V/f=3,600mm/min) (6443 6N),
dp=0.6mm, de=19mm, @=41cc/min
B & Overhung length: £=100mm

7BHIY) Shoulder cutting, £77>2F b Down cut,

& (T7—70—) Dry (Air blow)

0.5

/‘ 64m(NG) 224m(NG)

I
~

SEOCHJHIRFDTKwHebtIb L FHEHE
Metal removal rate / 1Kw on C50

30
(CC/KW) ' 1 542 4 De=32mm

de=20mm
25

o

o
w

BRAREIFEEFEE (mm) Max flank wear
o
N

QM384miE

20
15
10

QM max achieved 384m.

288m
(HEfERT)

/

dp=1mm, Vf=4.5m/min |dp=0.6mm, Vf=12m/min
.QM?J’X MAX 24.59 21.27
WA%L Competitor A 23.08
WF£t Competitor F 24.49

QMY v IR (MQXH?) I&

HENLE

e T fhttmEDENAEHDEL.
v ||
o1 —A— a3t Competitor A Ejjﬁggrc D ow D <§‘1§F I(;(()ll‘:,seurl'rill:))tv:ltlel:
| —@- rit Competitor F .':I:.';b"#JB’*"I O‘%J%‘l\=>
n n n n n n Metal removal Q / Kw of QM max is 6%-10% higher than
0 64 128 192 256 320 384 Competitor's tool.

tIHEI&R (m) Cutting length



TYPE

// DIJET

]\ 42y B DR U . Modular head MQX type

9—7/"1\1']”5 Through coolant hole 49~54~—3 PIHISR Esr:t(;?t?on
G:Body, @=5%D A For high feed milling
8 MD
B
Sy
L TR
AR
IS MD
9| /
T
RO.4,
RO.8 Lf
~ 5£(mm)Dimensi0ns gB B Parts
” 95 7R0U LoF
E & | I e F v Clamp screw Wrench
Cat. No. Stock i'r:lgér%fs @¢Dc| Lf | Do | MD | W Applicable inserts & ggﬁl\lﬁrza /§
Recommended
torque
MQX-2016-M8 (] 2 16 | 23 |14 M8 | 12
MQX-2017-M8 ©) 2 17 | 23 |14 M8 | 12
MQX-3020-M10 | ® 3 20 | 30 |18 M10 | 14 TSW-2556H
MQX-4020-M10 | @ 4 20 | 30 |18 M10 | 14
MQXx-4021-M10 | © 4 21 30 |18 M10 | 14
MQX-4025-M12 | @ 4 25 | 35 | 225 M12| 17 EPM*100312Z%R
MQX-5025-M12 | ® 5 25 | 35 | 22.5 M12| 17 ZPMT1003**ZER A-08
MQX-5026-M12 | © | 5 | 26 | 35 | 225 M12| 17 | YPHW100308ZER-15
MQX-5032-M16 | ® 5 32 | 43 | 29 M16 | 22
DSW-2563H
MQX-6032-M16 | ® 6 32 | 43 | 29 M16 | 22
MQX-6035-M16 | © 6 35 | 43 | 29 M16 | 22
MQX-6040-M16 | ® 6 40 | 43 | 32 M16 | 26
MQX-7040-M16 | ® 7 40 | 43 | 32 M16 | 26

A) 1 RILI ICF v TEHHIFHAATHDETBAFIEB KDL T,
2. EVaS5— Y ROEEFMIFNLIEP.6ZSSRIEEN

Note) 1. All cutters are supplied without inserts.
2. Please see page 6 for recommended tightening torque.

@ | X—H—7EER Standard stock items

O : EETEER Soon to be stocked

O FEENIELIEDREFESE Soon to be deleted




Modular Heads ruuese
DB Inserts

=IXDA High feed insert EE-Almt EFRES—FvD

p “MIRROR INSERT” for finishing side & hottom face
| o
o .
| ! -
i /XH"
re/ ‘

A
EXEDERFEIB(ERZ High feed insert for unfavorable condition EXEDERFIB(ERZ High feed insert for unfavorable condition
(EPMW100312ZER) (EPMW100312ZTR)

e e
ove, CREE

o
Lt
JBEIDE Sshoulder insert
A
i > -
o UJ 74%4\,7
Q - /Egﬂ
-
547 B &  |sE|  PVOLTAYT [T sk (mm) imensions
Liipe Gaties Toerance| 305118 [@)Jc6102] JCBO50 | CX75 | A T B re 6°
[=pede)=| .
High feed insert EPMT100312ZER | M ° ° 10 | 3.2 6 | 12 | 11
BEEDANAEER | EPMW100312ZER | M ° [ .
e e . |EPMW100312ZTR | M | @ ° [ A IR
BHIDA ZPMT100304ZER | M ® ° 10 | 3.2 6 | 04 | 11°
Shoulderinsert ZPMT100308ZER | M [ [ 10 | 3.2 6 | 08 | 11°
EE-AEit EFRSS—Fv T .
" “MIRROR INSERT” for | YPHW100308ZER-15 | H o o 10 | 3.35 6 0.8 11
finishing side & bottom face

17 —X10fADTY, 10 inserts per case.

QMR Y I RAAF v ITDHRIT—IICDULT Discrimination of grade for MQX / QXP insert

ME(OQ—FT1 VD) TELFYTNRDFEDDDY—IDNELEDF T, CERADIRICTHESRLEEL,
Each grade shows different mark around the hole for fool proof.
HERl~—2
Discrimination mark JC5118 JG8050
o Q

@ [ @ | X—A—7EEm Standard stock items O : iEB7EER Soon to be stocked O : EENELIEDREREE Soon to be deleted }
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MPMELHL

L "OM MILL" New genaration high feed mill MPM type

Y

@B DIRTH R ZEER UBERFTEF v TELAFRTIVEDA X LBV TEER - GRERINTZER,
TEEE L @BTI0MI\ETY =Y Sy YICE .
Low cutting e®Adopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts, QM
force MILL achieved high speed and high efficient machining.
®Possible to use by low power and compact machines such as BT30.

IV s T DRSS SR 010 TR, ¢ 32 TBRIDSTHLE.

Multi blades : e . .
specification Multi blades specification: 10 mm dia. for 2N and 32 mm dia. for 8N.

REHU— FEHRFNRICBN e A —)VBIEY v & 7 —I\[TRE—# ] EDEHEDEICKD.
UUbL SRR EF Y TOREFRLZERER,

“QM-MILL” MPM type can be possible high efficient machining and longer tool life, due to control the vibration by the
combination of MSN carbide shank holder.

Vibration
free

SAERDIcHFEEDHETHE(—ARFDINTICHWTT—TILiED 1 0mDINTICHIIRE)

Multi blades specification even if small inserts achieved maximum feed speed Vi=10m/min on general steel.

(KIEKHAZF w T Insert with low cutting forces

| AR R

B

[ — FIC 0| R Gy E.--szr

Ao o Highly accurate G-Body can correspond
Adopted high rigid G-Body. from high feed to finishing.

FyINUI—-v3y

Inserts variation

=iEbA EED AHSEE( bR JEHEIDA Shoulder insert @ EEEMEIN\-RFvT

High feed insert High feed insert for unfavorable 0.02mm or less cusp height gives High hardened steel

condition true 90 degree with no mismatch
=ENT021IEEY EOMWO060210ZER ZOMTO0602...ZER (3—7R0.2,04,08) EOHW0G0210ZTR

EmOY AL 0.02mmT

FyIHEIRAAENEL. —RALSESEEM. FYVEE - MASEFOHBMETTHLIFELEPVDI—F VI #1iE
{(JC51 18) BLUMELIHIICREFPVDI—7 I8 (JCB050) . cSICHEEM - SEMIAIFFHPVDI—7« > I4iE
{JCB102) ZH#H.

Adopted new PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy. And
tough grade “JC8050” for interrupted cutting. Moreover, new PVD coated grade “JC6102” suitable for high hardened material.




FULL LINEUP

7))z} 3-8 Cutting performance
.

Cutting force comparison

4t Material: S50C €55 (1055)
YIHIZ44 Cutting conditions: Dc=16mm, Ve=120m/min, dp=0.3mm, de=9mm, Down Cut

1500

=
o
o
o

u1
o
o

EIHIEHT(N)
Cutting resistance

QM= )L MPM# Att
QM MILL MPM type Competitor A

XGXEb5H) 420 430

Feed force

m Y (ESD) 660 1020

Main force

0 2(H57) 500 730

Back force

=pal QM= )L MPM#Z QM MILL MPM type ‘A?:I: COmpétitorA
B Resultant force 928 1326 f=5.2mm/rev f=5.2mm/rev

Cutting force comparison
#HI#4 Material: S50C €55 (1055)

GBS Cutting conditions: De=16mm, V6=120m/min, dp=0.3mm, de=9mm, Down Cut ( BEDTEU VDL )

EXGxbn7) WYEHH) zESH) O&hH

1500 Feed force Main force Back force Resultant force

(N) QM= )L MPM#Z Azt
QM MILL MPM type Competitor A _ M [

1200 M

1X28 2/528 3/¥2B 4/1A8 5/\A8 /Y8 2/5XH 3/5XH 4/\ZB 5/1A8
1'stpath 2'ndpath 3'rdpath 4'thpath 5'thpath 1'stpath 2'ndpath 3'rdpath 4'thpath 5'th path
QM JLIF 3N LA S ST EHRRICZEEEEL QM= )L MPM#: 5/82 8 Att: 5828
Cutting forces of QM mill is kept constant since 3rd path. QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path

Ib < FEE (f=4.0mm/rev) Chip shape

AW 4= 2/\ZH 3/\RH 4)\ZH 5/)\XH
1'st path 2'nd path 3'rd path 4'th path 5'th path

n : =l "
aeneee | 3 0 [ICE G 15 € F1
QM MILL MPM type = L

k4

Att

Competitor A

QM )LD K FHER DR L—X T EIEIE D FELEE SMELY, Chips by QM mill show smooth cut and less heat generation.
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(@]\Y=J|"8 Modular head MPM type
[MPM [ o= AR

=5 |\/\ﬁ'* Through coolant hole i AU 49~B4R~—3 ) (o))=IESES E;',t]té?t?on 81~88~—y

G-Body, @ixDA For high feed milling

l\/ID

- A

R

'\UmbhﬂI
/
EE AT &kl

~ & (mm) Dimensions wsFvS _ IR F% Parts
B E TEEE| T2 Applicable inserts glzr;/p Z:r%vl; Vlv/r ;fcch
Cat. No. Stock ilr\llgé r‘;fs @#Dc | Li | Do | MD W @ @\9 Q (
| & F
MPM-2010-M6 [ 2 10 18 9.5 M6 8
MPM-2011-M6 () 2 11 18 9.7 M6 8
MPM-3012-M6 [ 3 12 20 11.2 M6 8
MPM-3013-M6 () 3 13 20 11.5 M6 8
MPM-4016-M8 () 4 16 23 15 M8 12
MPM-4017-M8 | ® | 4 | 17 | 23 | 15 | M8 | 12 | CO**O80210Z*R - lnqy ja3e  a-0s
ZOMT0602 * *ZER
MPM-5020-M10 | ® | 5 | 20 | 30 19 | M0 | 14 I
MPM-5021-M10 | @ | 5 | 21 30 | 19 M10 | 14 ORI
MPM-6025-M12 | ® | 6 | 25 | 35 | 236 | Mi2 | 17 e
MPM-7030-M16 [ J 7 30 43 29 M16 22
MPM-8032-M16 [ 8 32 43 29 M16 22
R R PP BEEBICTERr, o P e oo oo igheing oraue.
@ | X—A—7EEfm Standard stock items O : EETEER Soon to be stocked O EENFLEDREFEE Soon to be deleted ] m




Modular Heads ruwuwes
S0 (e Inserts

BEEDH High feed insert

@ SEEMB/I\—RF v High hardened steel

@

f\
T ! T
EiEDAFSCEIERZ High feed insert for unfavorable condition JBHIDA Shoulder insert
N
I - Q@ﬁ 1L
f\t re - ‘ ‘f\r
T T
14T e & RE PV%V:ID—COZ;(;E‘JQ ~  7&(mm) Dimensions
IR Bl L3, Tolerance| o518 |@DJC6102] JCBO50 | A T B re g°
EXDHA o
High fesd insert EOMTO060210ZER | M ° ° 65 | 25 | 43 | 10 | 13
Exb AR TE bR .
mjmgh feed insert for EOMWO060210ZER| M o () 6.5 2.5 4.3 1.0 13
unfavorable condition
SEEMB/I\—RFvT .
e hardened steel | EOHW060210ZTR | H ° 65 | 25 | 43 | 10 | 13
R0 ZOMT060202ZER| M ([ (] 6.5 2.5 4.3 0.2 13°
E‘ | -]
Shoulder insert ZOMT060204ZER| M ([ [ ] 6.5 2.5 4.3 0.4 130
ZOMT060208ZER| M ® ® 6.5 25 4.3 0.8 13

17 —X10f@AD T, 10 inserts per case.

QAME JLAF v I DERIT—2ICDULT Discrimination of grade for MPM insert

ME(O—FT«V ) CELFYTTRDEDDDY—IMEILEDE T, CEADIRICCTHEIREEL,
Each grade shows different mark around the hole for fool proof.

) JC5118 JC8050
eI~ —2

Discrimination
mark

IR — MAGNETISER

O RS AN\l ZARMEICELIAL  BLEDEIS T ERICER/BHBENTAE T,
O RS AN—EiHEHZHILTDIET. F Yy TN IFRDIERERDL 7Y TLE T,
MBRUCKDREZR(FDEEDFHETIIMERLENTLEE L,

ecmantiona] *Magnetizing and demagnetizing can be easily done only by inserting the tip of wrench

entmagnetisieren

into the Magnetizer + and rubbing lightly.
*The work efficiency when insert is setting by magnetizing the tip of wrench improves.

magnatlsiag f *Please do not use it in the vicinity of the equipment to be influenced with magnetism.
e & fadlcs
Cat. No. Stock
MAGNETISER ®

17— EAADTY, 1 piece per case.

m ( @ | X—H—FEEmR Standard stock items O : FEATEER Soon to be stocked O : EENBFELIEDRERESE Soon to be deleted
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MSWL 221~ IKk=b €Ja5—AvF W type
TYPE [ &— 5> R7UtE Through coolant holg e N 89~90~—3)

MD
HAE AT F'H'JD(:! 7R EHID (1—7FR)

55V TRCKE | #ENLZ (N-m)
Clamp screw Recommended torque
DSW-2563H 0.9
DSW-307H 18
DSW-4085 36
DSW-511H 6.
TSW-511 5.5
< ;&(mm) Dimensions HISF v T I8 R Parts
2 ; ; J57RL| LYUF
e & | I SNEEIDIE TRES Clamp screw |  Wrench
Cat. No. stock| No-of | B ' pe| £ | Lt |¢Db|MD | W | 7 s <
inserts (G {G “
D | ¢8| FP
EX:SWB216HM
@MSW-1615-M8 [ J 2 8 16 |15 23 |15 M8 | 12 =15 SWB216HS DSW-2563H, A-08SD

F3:SWB220HM/HM-H/
MSW-2018-M10 | @ 2 |10 | 20 |18.5| 30 |18.7|M10| 14 MMW DSW-307H| A-10
23X : SWB220HS/MSW
F3X:SWB225HM/HM-H/
MSW-2522-M12 | @ 2 |125) 25 |21.9| 35 |23.5/M12| 17 MMW DSW-4085| A-15
B :SWB225HS/MSW
F3:SWB230HM/HM-H/
MSW-3025-M16 | @ 2 |15 | 30 |25.9| 43 |28.2|M16| 22 MMW DSW-511H| A-20
21X : SWB230HS/MSW

F 3 : SWB232HM-G/MMW-G
Bl : SWB232HS-G/MSW-G

) RV ICF VT FHEAHAATHDEFEABIEBRDHLIEE V), 2. EV215—AY ROEERH T ML IIFP.6ZTBRIIEE L,
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.

MSW-3225-M16 | @ | 2 (16 | 32 [29.5| 43 |29.9 M16| 22 TSW-511 A-20

FREDF v TINUI =32 Inserts series expansion.

ORIEDA (-WHZ) Insert for welding & hardened steel (-W type)

Q ‘ 1. AECEEZERE . ERAMEZERALSSEN

2. ARDINIB LU EEEM(S0HRC~)ICHMMU.EEICTER!
1. Improved insert strength and adopting new grade achieved longer tool life.
2. Suitable for welding & hardened steel (over 50HRC).
@HfE EIFA (EFHDFH -HAZ) Insert for semi-finishing steel (main blade -H type)
1. 20,925,930 251V F v 7 (BEIHE. SWB2* *HS (EHNER—+17E) Z{HE )
2. IERRICHENBEEIEORIBEEZ L LI EICKD Bt EIF~DERDTIEE,
RMIAELTOERIGH#HRELFEEA
1. Main blades -H type for semi-finishing are available for 20mm, ¢25mm and ¢30mm.
Sub blades are use of regular inserts with same grade.

2. Able to use for semi-finishing by improving nose radius accuracy.
Do not recommend to use for roughing.

OHERF v TEMEL Insert comparison

ERYA1T it EIFA
SWB-HM#Z SWB-HM-H#2
Regular type insert Insert for semi-finishing
R min. 14.906 R min. 14.938
R max. 14.981 R max. 14.983
—00smm_~~ | & —0.05mm e
R14.95 +0.05mm R14.95 +0.05mm
HyFRAHIFDRIEE Radius form accuracy on body
EVFNHAEL)| Large off the center EVFNHYINELY | Small off the center
%ﬁ —_———f=
Ry T / - / thit EIFFA - —
SWB-HM \ / SWB-HM-HF
Regular type insert | for semi-finishing

@ | X—H—7EER Standard stock items O : EETEES Soon to be stocked O EEHELIEDREFESE Soon to be deleted } m




(19 )

MOdUlar Heads FULL LINEUP
5o (e Inserts

Fig.1(FEX)
(Main blade)

Fig.2(&I3)
(Sub blade)

Fig.3(FEX-BREEDINTA)

KSR (CEX

(Main blade for welding & hardened)

T

A

Fig.4 (BN - PREXD AT )
XEEEMCEHXMIER

(Sub blade for welding & hardened)

| r

EWSWB-HZ (Pt LIFA)

1. 920.25.30HIcHt EIFA-HAZEM.

2. fERmICHNBEENHBOREEZRL

Lfc &ICKD Hhift EIFADEAHEIEE.
GRIMIAEUCOERIFHELEEA,)

SWB-H type (Main blade for semi-finishing)
1. Added -H type semi-finishing main blade

for 20, ¢25and ¢30.

2. Able to use for semi-finishing by improving
nose radius accuracy.

Do not recommend to use for roughing.

Fig.5(FEX At E(FRA)

(Main blade for semi-finishing)

/i

B

T A A

E & PVDP%;,;;:yﬁ ~ & (mm) Dimensions -
cat. o. JC5118 | JCBO15 | JCB050 | JC5040 R A B T -
@ SWB216HM ° ° 8 15 7.9 3 1
@ SWB216HS °® ® 8 16.1 6.6 3 2
SWB220HM ° ° 10 15.8 9.9 3.65 1
SWB220HM-H ° 10 16 9.9 3.65 5
SWB220MMW ° 10 15.8 9.9 3.65 3
SWB220HS ° ° 10 20 8.2 3.65 2
SWB220MSW ° 10 20 8.2 3.65 4
SWB225HM ° ° 12.5 18.5 12.4 3.8 1
SWB225HM-H ° 12.5 18.9 12.4 3.8 5
SWB225MMW ° 125 18.5 12.4 3.8 3
SWB225HS ° ° 12.5 23.8 10.5 3.8 2
SWB225MSW ° 12.5 23.8 10.5 3.8 4
SWB230HM ° ° 15 22.2 14.8 5.35 1
SWB230HM-H ° 15 22.4 14.8 5.35 5
SWB230MMW ° 15 22.2 14.8 5.35 3
SWB230HS ° ° 15 27.5 12.3 5.35 2
SWB230MSW ° 15 27.5 12.3 5.35 4
SWB232HM-G ° ° 16 26 16 5.35 1
SWB232MMW-G ° 16 26 16 5.35 3
SWB232HS-G ° ° 16 31.7 13.9 5.35 2
SWB232MSW-G ° 16 31.7 13.9 5.35 4

15 —Z10BADTY, clZURIBGEIFN (SWB232HS-GBXU'SWB232MSW-G) DH1T—AEEADTT,

10 inserts per case, but SWB232HS-G and SWB232MSW-G is packed in 5 pcs. per case.

) 1 BEHIRA S SOBMIRO T+ —LBEICDNTRP.O0ET BRI ZE L,
2. it EFR-HEEN Z AR ORINE. BFR—MEZ AL IZEL,

Note) 1. All cutters are supplied without inserts. Please see page 90 for cutting conditions and machined form error.

2. In case of using main blade -H type for semi-finishing, be sure to use same grade for sub blade.

@ | X—A—7EEER Standard stock items

O :EBFEEm Soon to be stocked

O EEHELIEDREEFESE Soon to be deleted
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T G S—Aw K
SOH Pl ALl €11
INBEBEERBEIL ()
%HughﬂImIE

High efficient machining tool with edge sharpness
and strength.

CEo = =R gV ki 20 9 Increased the insert strength

SHERMELRL. F v ITBRHZEL L. F v THEZRAE8% 7Y TUEK U,
Fle MEBICIFMRIBEICEBNIHIMEICB050 | B XU AENEL (&M
~BEAN S~ B F TN ETRE S IE[JCB118]65 1 Vv T,

Maximum 68% stronger than conventional Diemaster insert. In addition to conventional
insert grades, adopted new tough grade "JC8050" against chipping for unfavorable conditions,
and new grade "JC5118" for general use.

=) V35538 Double clamp system
BYEIRFEBICEY JIVoTY TARERA. IBIE7 vy T ZEbE U,

Adopted double clamp system for deep cut applications.

n1625.35iA) Adopted positive axial rake

-R35.R5FvS—AR.:+6° R3.5&R5inserts—A.R.; +6°
-R6.R8FwF—AR.:+8° -R6 & R8 inserts—A.R.; +8°
y = S~ =>Reduced cutting forces 21% than conventional
SYMHERERAR1 %Dy, heduedc

SDH Modular head SDH type

TYPE 2—5 BJUHE Through coolanthole I 49~64~—y) @E S 91~96~—y

G'B@d‘y Fig.d W Fig.2 o ' ' “ @
MD | y
/ . MD TEED ey Gedlyng GQUEIYIEs
ﬁfﬁ ! \X‘E%} ,,,,, 55U TRUKE | EENLS(N-m)
d—--r s S I Clamp screw F torque
TSW-2556H 0.9
< CSW-408H 36
DSW-410H 36
Lf
~  j&(mm)Dimensions WeFvS IR ER Parts
; i IV TRC|ITVTeYN LIF
A
e & £ I Applicable inserts Clampscrew| Clampset | Wrench

Fig.

No. of
Cat. No. Stock in:er(;s ¢Dc| R Lt |@Db| MD | W & @

SDH-3320-R10-M16
SDH-2350-R12-M16

35 43 | 32 M16 | 22 [RDOO1204MO...|DSW-410H| DCM-18 | A-15
SDH-3350-R10-M16 35 43 | 32 M16 | 22 |[RDOO1004MO...|CSW-408H| DCM-18 | A-15
SDH-2400-R12-M16 40 6 43 | 32 M16 | 26 |RDOO1204MO...|DSW-410H| DCM-18 | A-15

E) 1. IV ICF v T EHEIHFHAALTH D F Ao BIEBROLEE L 2. BV 25— v ROHERERTIF LI EP.6Z TSRS,
3. 9T I SV THEY A TERRKICIETF v TRD I EBRELTSESRIIEETV.(P.78R)
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.
3. In case of using double clamping modular head, please confirm “Insert set up installation points of double clamping mechanism type” (please see page 7).

5
5
6
32 | 5 43 | 28 M16 | 22 |[RDOO1004MO...|CSW-408H| DCM-18 | A-15
6
5

@ SDH-2150-R07-M8 | ® 2 15 | 35 | 23 | 13.8| M8 | 12 |RDOOO7T2MO...[TSW-2556H — A-08SD| 1
@ SDH-2160-R07-M8 | @ 2 16 | 35 | 23 | 15 M8 | 12 |RDOOQ7T2MO...[TSW-2556H — A-08SD| 1
SDH-2200-R07-M10| @ 2 20 | 35 | 30 |18 M10 | 14 |[RDOOQ7T2MO...[TSW-2556H — A-08SD| 1
SDH-2220-R07-M10| @ 2 22 | 35 | 30 |20 M10 | 14 [RDOOOQ7T2MO...[TSW-2556H — A-08SD| 1
SDH-2250-R10-M12| @ 2 25 | 5 35 | 23 M12 | 17 [RDOO1004MO...|CSW-408H| DCM-18 | A-15 2
SDH-2280-R10-M12| @ 2 28 35 | 25 M12 | 17 |[RDOO1004MO...|CSW-408H| DCM-18 | A-15 2
SDH-2300-R10-M16| ® 2 30 43 | 28 M16 | 22 |[RDOO1004MO...|CSW-408H| DCM-18 | A-15 2
SDH-2320-R12-M16| ® 2 32 43 | 28 M16 | 22 |RDOO1204MO...|DSW-410H| DCM-18 | A-15 2

o 3 2

o 2 2

o 3 2

[ 2 2

@ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O EENELIEDREFESE Soon to be deleted
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Modular Heads e
SDH

Modular head SDH type

TYPE 29— RyUHEE Through coolant hole NN 49~B4~—y) QELT I 91~96~—3 )

-3 I’
yu . MD FEHID HAEIT
s ‘

= N a
r,-.' (1IN IS | B S ity MIT «umwml
L ‘ gicﬁn?ﬁﬁ URE | #EPLY (N rgl}g
TSW-2556H 0.9
CSW-408H 3.6
DSW-410H 3.6
5 & (mm) Dimensions ST v _ e “ 5 parts \
< 75| I Applicable inserts %Eﬁiﬁ\}v’ v'%ﬁ
Cat. No. stock| 0. \@De| R | L1 |@Do| MD | W & “
= /7 /
SDH-3200-R07-M10| @ 3 20 | 35 | 30 18 | M10 | 14 |RDOOOQ7T2MO...| TSW-2556H A-08SD
SDH-3220-R07-M10| @ 3 22 | 35 | 30 20 | M10 | 14 |RDOOO7T2MO...| TSW-2556H A-08SD
SDH-3250-R07-M12| @ 3 25 | 35 | 35 23 | M12 | 17 |RDOOQ7T2MO...| TSW-2556H A-08SD
SDH-3250-R10-M12| @ 3 25 5 35 23 | M12 | 17 [RDOO1004MO..| CSW-408H A-15
SDH-3280-R10-M12| @ 3 28 5 35 25 | M12 | 17 |RDOO1004MO...| CSW-408H A-15
SDH-3300-R10-M16| @ 3 30 | 5 43 | 28 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-4300-R10-M16| @ 4 30 5 43 28 | M16 | 22 [RDOO1004MO..| CSW-408H A-15
SDH-4320-R10-M16| @ 4 32 | 5 43 28 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-3350-R12-M16| @ 3 35 | 6 43 32 | M16 | 22 [RDOO1204MO...| DSW-410H A-15
SDH-4350-R10-M16| @ 4 35 | 5 43 32 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-4400-R12-M16| @ 4 40 6 43 32 | M16 | 26 [RDOO1204MO..| DSW-410H A-15
SDH-5420-R10-M16| @ 5 42 5 43 32 | M16 | 26 [RDOO1004MO..| CSW-408H A-15

) 1L RIVAICF v T FEHFAALTHDE B Ao BEEBKOHIZEN, 2. EV1S—Ay ROHBEMLIF MLIIFPE6ZETSRIZEW

Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.

m ( @ | X—H—7EEm Standard stock items O : EATEER Soon to be stocked O : EENBFLIEDRERESE Soon to be deleted




// DIJET

STQE boRE AV Inserts

ZEXESY 1T Without chip breaker {KIKIIY A T With chip breaker

JL—hiEL TL—hftE JL—nftE

BER—=2J-MOTH; BER—=29-MOTH Rit—=>J-MOEH;
—fxsA Ritk—=>J-MOEH; F&Y-AVAXRIVA

ATV H-HA

Fig.2
| | ‘8
] hSS
, e |PVDI—T 4T | FA(Mm) : |
B & BE PVD coated D?mensions
Cat. No. Tolerance = /T s
JC8003|JC8015/JC5040| pDc| T | @D . e |PVDI=T125 | & (mm)
& RE PVD coated Dimensions Fi
ROMWOTT2MOT | M | @ © @ | 7 |27 28 catNo. || P g
ROMW1004MOT | M | @ | @ [ @ [ 10 4144 T A
ROMW1204M0T | M | @ | @ | @ | 12 |48 44 RDGTO7T2MOE G ® o 727 28]|1
17 —X10f@AD T, 10inserts per case. RDGT1004MOE G o () 10 | 41 44 |1
RDGT1004MOT G [ I )
RDGT1204MOT G [ I )
RDMTO7T2MOE M| ® e @ | 7|27 28]|1
RDMT1004MOE M| @ o @ 1
@RDMT1004MOE-ML| M ® |10 |41]44|2
ROMTIOM4MOT | M | ®@ @ @ 1
RDMT1204MOE M| @ o @ 1
@RDMT1204MOE-ML| M ® | 12|48 442
ROMT1204M0T | M | ®@ @ | @ 1

15 —ZX10fBADTY, 10 inserts per case.

. " BESE & (mm)
& BE Uncoated Dimensions
Cat. No. Tolerance @ F105 oDc T | oD
RDGTO7T2MOF-AL G (] 712728
RDGT1004MOF-AL G o 10 | 41 | 44
RDGT1204MOF-AL G o 12 1 48 | 44

17 —X10fEAD T, 10 inserts per case.
BVOLLFNRISUTIICHSFEDRBEIF. ISV Ty
(FEEDCM-18)ZIxFUTERALIEEL,

Note) In case of chip jamming of the screw,
detach the clamp set (DCM-18).

@ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O EENELIEDREFESE Soon to be deleted } @




MOdUIar Heads FULL LINEUP
i sien e s s e e T il n
e C e N P Aa A Modular head MDH t

Jas5—A~ odular hea ype

I9=5 I‘/\f'.f* Through coolant hole VAL 49~BAR—3 ) (eSS

Cutting
condmon

| 97~98~—Y )

(23 )

8 T : o ] . _8 FEHIO BT
8 B 8
L mwrnu: «umwm:
MD
[
8 a
s 8
557 TRURE [#RMLDN-m) —~ MD
cswms | 02 oo — L
CSW-2542 0.9 é) v é’
CSW-2547 0.9 S X y 0 &
CSW-3570 241 oS
L Chlandin
CSW-4510 5.0 &
2 " L
LF¥aS5 54 Sstandard type
~ & (mm) Dimensions W F v EE M Parts
. Applicable | 75V 7RU USVTRILN  LYF
& TEEE| I ?r?sﬁse Clamp screw Clamplb\olt Wrench Fig
No. of Q .
Cat. No. Stock|. ' % |¢Dc| R | £1 | Lf |@Do/MD| W o § ¢y
@ /
MDH-2120-M8 [ 2 [12|3.5| 15 23 | 15 | M8 | 12 |RDHX0701MOO|CSW-2542 - A-07 1
MDH-2160-M8 o 2 [16 |3.5| 16 | 23 | 15 | M8 | 12 |RDHX0702M0O| CSW-2547 = A-07 1
MDH-2200-M10 ([ 2 (20 |5 23 | 30 | 19 |M10| 14 |RDHX1003MOO[CSW-3570 - A-15 1
MDH-2250-M12 (] 2 [25 |5 — | 35| 21 |M12| 17 [RDHX1003M0O|CSW-3570 = A-15 2
MDH-3320-R10-M16 | ® 3 [32 |5 — | 43 | 29 |M16| 22 [RDHX1003MOO|CSW-3575| CB3540 A-15 3
MDH-2320-R16-M16 | ® 2 (328 — | 43 | 29 |M16| 22 [RDOX1604M0C] CSW-4510 = A-20SD | 2
MDH-4400-M16 [ J 4 140 |6 — | 42 | 29 |M16| 26 [RDOX12T3M0OO|CSW-3595| CB3540 A-15 3
ZHSIAL T Fine pitch type
< & (mm) Dimensions WEFwvS| B B Pats
. Applicable [Z35>Y7RL| ULYF
B & T£E| N ?ﬁsfﬁse Clamp screw |  Wrench Fig
No. of :
Cat. No. Stock|, - % |@Dc| R | &1 | Lt |@Db| MD | W @ /<§
MDH-3160-M8 (] 3 16 35 | 16 23 15 M8 12 |RDHX0701MOO|[CSW-2542|  A-07 1
MDH-4160-M8 () 4 2.5 - 15 10 |RDHX0501M0O[CSW-1838| A-06 2
MDH-4200-M10 o 4 20 3.5 - 30 17.6 M10 14 |RDHX0702MOO|[CSW-2547 |  A-07 2
MDH-5200-M10 ( 5 2.5 - 17.8 14 |RDHX0501M0O|[CSW-1838| A-06 2
MDH-5250-M12 [ 5 25 | 35 - 35 | 20.8 | M12 | 17 |RDHX0702M0O|CSW-2547 |  A-07 2
MDH-6350-M16 o 6 35 | 35 - 43 |29 | M16 | 22 |RDHX0702M0O|CSW-2547 |  A-07 2

)1 RILYICF v TREFAALTH D FE B Ao FIRHEKROHEE0,
2. EYa 35—y ROMERHMIT MLIBP.6ZECSRIEEL,
3. 9ISV THES A TERBCEF v TRO NI ERZELFSBRLETV (P.781R)

Note) 1. All cutters are supplied without inserts.

2. Please see page 6 for recommended tightening torque.

3. In case of using double clamping modular head, please confirm “Insert set up installation points of double clamping mechanism type” (please see page 7).

@ | X—A—7EEER Standard stock items

O : FEBEEER Soon to be stocked

O EEHELIEDREEFESE Soon to be deleted




bo(RE AV Inserts

// DIJET

N

& PVDO—35+«>/Z PVD coated U-(;r)r(ng k ﬁﬁﬁ‘idﬁ ~ & (mm) Dimensions

Cat. No. JC8003 | JC8015 | JC5040 | JC5118 CX90 KT9 @¢Dc T oD
RDHX0501MOT [ (] 5.0 1.5 2.0
RDHX0701MOT [ o o () 7.0 1.99 2.8
RDHX0702MOT [ [ [ o 7.0 2.38 2.8
RDHX1003MOT o ([ o o o 10.0 3.18 3.9
RDHX12T3MOT [ [ [ [ ()
RDHX12T3MOF () 12.0 3.97 3.9
RDMX12T3MOT [
RDHX1604MOT [ [ () [ () 16.0 476 5.0
RDMX1604MOT [

1 —X10fBADTY. 10 inserts per case.

@ | X—AH—7EEER Standard stock items

O : EBTEEER Soon to be stocked

O EENELIEDREFESE Soon to be deleted

@




MOdUIar Heads FULL LINEUP

TYPE

-3 I‘l\ﬁ* Through coolanthole

o8 5 AVACE DR L SUA S Modular head MIC type

NN 49~54~—y) @E T 99~101~—Y)

| 99~101~—)

- AR
] @ - / FEHD JARHID G—R)
A } g .
o BHIb
— | Rl
i Lf i ESW-206 0.9
TSW-408 51
~ 3% (mm)Dimensions HISF v T _\EB F'ﬁ': Parts
- 75| I Applicable inserts aajmeZcﬁw vl\ljrﬁ?z:h
Cat. No. Stock| No-of | ype| 2 Lt |@Db| MD | W Q
inserts /‘@A‘] & /
MIC-2016-M8 ®| 2 |16 | 9 23 |14.6 | M8 | 12 | ZCMT1003OORO
MIC-2018-M8 o| 2 |18 9 23 155 M8 | 12 | JoazcaTioosOO | ESW206 | A08SD
MIC-2020-M10 | 2 |20 | 9 30 |18.4 | M10| 14 | ZCMT1003OORO
MIC-3020-M10 | ® | 3 | 20 | 9 | 30 184 Mi0| 14 | JOAZCGTi00300 | EoW206 | A08SD
MIC-2022-M10 ®| 2 | 22 [125] 30 |195|M10| 14 | ZPMT13T3OORO | DSW-307 | A-10
ZCMT1003OORO
MIC-3022-M10 ®| 3 |22 | 9 | 30 |195|Mi0| 14 et e ESW-206 | A-08SD
MIC-2025-M12 ®| 2 |25 |15 | 35 (23 | M12| 17 | ZPMT16040OORO | TSW-408 | A-15
MIC-3025-M12 ®| 3 | 25 125 35 |23 |Mi12| 17 | ZPMT13T3OORO | DSW-307 | A-10
MIC-2027-M12 ®| 2 | 27 15 | 35 |24 |Mi2| 17 | ZPMT16040OORO | TSW-408 | A-15
MIC-3027-M12 @ | 3 |27 125 35 |24 |Mi12| 17 | ZPMT13T3OORO | DSW-307 | A-10
MIC-3030-M16 ®| 3 |30 |15 | 43 |282|Mi6| 22
MIC-2032-M16 ®| 2 |32 |15 | 43 |29 |Mi6| 22
MIC-3032-M16 ®| 3 |32 15 | 43 |29 |Mi6| 22 | ZPMT16040OORO | TSW-408 | A-15
MIC-2035-M16 ®| 2 |3 |15 | 43 |29 |Mi6| 22
MIC-4040-M16 ® | 4 |40 |15 | 43 |29 |Mi6| 22
MIC-5040-M16 ®| 5 | 40 125 43 |29 |Mi6| 22 | ZPMT13T3OORO | DSW-307 | A-10

) 1. RILYICF Y TEHEHFAANTEH D TR AFIRBRH L 1EE L,
2. J—7R3.0.R3.2(IEF v TZEAT B AREHE I—F (CR1.5FFCT.2mmZEEBMI U T ZE L,
3. BV 25—y ROKERMNT ML FP.6%Z CBRIEE L,

Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

3. Please see page 6 for recommended tightening torque.

(25 )

@ | X—A—7EEER Standard stock items

O :EBFEEm Soon to be stocked

O EEHELIEDREEFESE Soon to be deleted




// DIJET

bo e A Inserts ZILSRARYYYaF v THkik
TYPE

ZOMT-R# ZOMT-RPH
]
i -y,
E/ T
(Polished)
PVDI—5+27 |BREaE ~ & (mm) Dimensions 5 Parts
PVD coated Uncoated 5257hL|1 LT
w & Clamp screw |  Wrench
L, JC5015 | JC5040 FZ15 A B T a’ Ie & s
s /

ZCMT100304R [ ] o 10.4 | 6.35 3.4 7 0.4 | ESW-206 | A-08SD

ZCMT100308R { ( 10.4 | 6.35 3.4 7 0.8 | ESW-206 | A-08SD

ZCMT100308RP [ ] 10.4 | 6.35 3.4 7 0.8 | ESW-206 | A-08SD
ZPMT13T308R o ( 13.3 | 7.938 | 3.97 11 0.8 |[DSW-307 | A-10
ZPMT13T308RP { 13.3 | 7.938 | 3.97 11 0.8 | DSW-307 | A-10
ZPMT13T316R [ ] ([ J 13.3 | 7.938 | 3.97 11 1.6 | DSW-307 | A-10
ZPMT13T316RP { 13.3 | 7.938 | 3.97 1 1.6 | DSW-307| A-10
ZPMT13T320R { (] 13.3 | 7.938 | 3.97 11 2.0 |[DSW-307 | A-10
ZPMT13T320RP [ ] 13.3 | 7938 | 3.97 11 2.0 | DSW-307 | A-10
ZPMT160404R { [ ] 16 9.525 | 4.76 11 0.4 | TSW-408 | A-15
ZPMT160408R [ ([ 16 9.525 | 4.76 11 0.8 | TSW-408 | A-15
ZPMT160408RP { 16 9.525 | 4.76 11 0.8 | TSW-408 | A-15
ZPMT160416R o [ ] 16 9.525 | 4.76 11 1.6 | TSW-408 | A-15
ZPMT160416RP [ ] 16 9.525 | 4.76 11 1.6 | TSW-408 | A-15
ZPMT160420R L ( 16 9.525 | 4.76 1 2.0 | TSW-408 | A-15
ZPMT160420RP { 16 9.525 | 4.76 11 2.0 | TSW-408 | A-15
ZPMT160430R [ ] o 16 9.525 | 4.76 11 3.0 | TSW-408 | A-15
ZPMT160430RP { 16 9.525 | 4.76 11 3.0 | TSW-408 | A-15
ZPMT160432R [ ([ 16 9.525 | 4.76 11 3.2 | TSW-408 | A-15
ZPMT160432RP { 16 9.525 | 4.76 11 3.2 | TSW-408 | A-15

17 —X10f@ADTY, 10 inserts per case.

WinFvo WLEILE
TYPE
@ EHTE OEHESMO7IVIIMIICHERAA  Applicable for aluminum automobile parts.
MIHA

1 corner / For nonferrous 10,288 . FAvFyT | I—FR (mm)
Not regrindable materials /‘\No b5 Diamond Corner radius
| cat. o JDA1D re
g s JDA-ZCGT100302 ° 0.2
: S%j} s JDA-ZCGT100304 o 0.4
b ; 2-7° JDA-ZCGT100308 [ 0.8

re 4.2 |

@ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O EENELIEDREFESE Soon to be deleted } @

17—ZXMEAADTY, 1insertper case.




MOdUIar Heads FULL LINEUP

T3V TP PR -PE RO ) Wotuar boad NEC iype
o s:;:;.ngm ==

.
i® '/ D g U
~ b = - :’;l}é\
7 A T ] HREAIT
IS5V TRUKE | #HEMNLI(N-m)
S Clamp screw Recommended torque
Lf TSW-2250 0.6
ESW-206 0.9
DSW-307 1.4
TSW-408 31
DSW-4510H 6.0
5 & (mm) Dimensions WiSF v I B parts
K& |em o poplcatiemserts | 220 o
Cat. No. Stock | No-Oof | gy pe | g li | Db MD | W “
inserts N N
(S| & 7
MEC-2016-M8 | ® | 2 | 16 | 8 | 23 14.8 Mg | 12 |ZH=:Z0WI08IZ0800 | TSW-2250| A-07SD
MEC-2020-M10 | ® | 2 | 20 | 9 | 30 | 187 | M10 | 14 |upxniriooare o |ESW-206 | A-08SD
MEC-2021-M10 | ® | 2 | 21 | 9 | 30 19.6 M10| 14 |7H&W:ZCMTI00308RO |Egw.006 | A-08SD
MEC-2024-M12 | ® | 2 | 24 |125| 35 | 222 M12| 17 DSW-307 | A-10
MEC-2025-M12 | ® | 2 | 25 |125] 35 | 23.2| M12| 17 |ZED 20O O nsw-307 | A-10
MEC-2026-M12 ( 2 26 125 | 35 | 241 | M12 | 17 DSW-307 | A-10
MEC-2030-M16 | ® | 2 | 30 |15 | 43 | 282 Mi6 | 22 |ZEMF:ZEMIIS0I08LO |TSW-408 | A-15
MEC-2032-M16 | ® | 2 | 382 |15 | 43 | 302 M16 | 22 |, ierovmisosocoLo| TSW-408 | A-15
MEC-2033-M16 | ® | 2 | 33 |15 | 43 31 |Mi6| 22 |"HEN:ZPMTI60400RO| 15408 | A-15
MEC-2035-M16 | ® | 2 | 35 |155 43 |32 |M16 26 |ZHX:ZEMTIS000CL | DSW-4510H| A-20SD

E) 1.V ICF Y T3HEHAA TS D KB AFIRSBKH L TEE L.
2. J—7R3.0.R3.2(IEF v JZFEAT HEF AREHE I—F(CR1.5FFCT.2mmZEEBMIUL T ZE L,
3. BV 25— ROMERHMTF MLIBP.6ZETSRIEEL,

Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.
3. Please see page 6 for recommended tightening torque.

@ ( @ | X—H—7EEmR Standard stock items O : EATEER Soon to be stocked O : EENBLIEDRERESE Soon to be deleted




\[|dH TR nserts  PLSAEKUYYaFYTIE
TYPE

// DIJET

ZOMT-LF ZOMT-LP#Z
m
; )Va"
P 7
(5EimA) Central insert (ﬁuﬁﬂdejnt)rel;l?]i]r;th(go\ljisﬁei)}yj) T
ZOMT-R# ZOMT-RP7#% Fig2 SYEAXN
B T
‘ .
o9,
. ] 25, 7)LSERY ws N re M /
(5AREA) Peripheral insert Mﬂ?&iﬁrﬁéﬁé?i;t%@g v7) T
PVDI—F«>7 | BiEa : —
i PVD coz;(;gjg #—Ugila:tled% & (mm) Dimensions Fig.
Cat. No. JC5015 | JC5040 FZ15 A B T a’ e

ZDMTO08T208L [ ] [ ] 7.9 6 2.78 15 0.8 1
ZDMTO08T208LP [ ) 7.9 6 2.78 15 0.8 1
ZPMT09T208R [ J [ ] 9 5.4 2.78 11 0.8 2
ZPMT09T208RP [ ] 9 5.4 2.78 11 0.8 2
ZDMT100308L [ ] [ ] 10.4 6.35 3.4 15 0.8 1
ZDMT100308LP [ J 10.4 6.35 3.4 15 0.8 1
ZCMT100308R [ J [ ] 10.4 6.35 3.4 7 0.8 2
ZCMT100308RP [ ) 10.4 6.35 3.4 7 0.8 2
ZDMT13T308L [ ] [ ] 12.9 7.938 3.97 15 0.8 1
ZDMT13T308LP [ ) 12.9 7.938 3.97 15 0.8 1
ZPMT13T308R [ J [ ] 13.3 7.938 3.97 11 0.8 2
ZPMT13T308RP [ ) 13.3 7.938 3.97 11 0.8 2
ZDMT13T320L [ ] [ ) 12.9 7.938 3.97 15 2.0 1
ZDMT13T320LP [ ) 12.9 7.938 3.97 15 2.0 1
ZPMT13T320R [ J [ J 13.3 7.938 3.97 11 2.0 2
ZPMT13T320RP [ ) 13.3 7.938 3.97 11 2.0 2
ZPMT150408L [ ] [ ) 15.45 9.525 4.76 11 0.8 1
ZPMT150408LP [ ) 15.45 9.525 4.76 11 0.8 1
ZPMT160408L [ ] [ J 16.45 9.525 4.76 11 0.8 1
ZPMT160408LP [ ) 16.45 9.525 4.76 11 0.8 1
ZPMT160408R [ J [ ] 16 9.525 4.76 11 0.8 2
ZPMT160408RP [ ] 16 9.525 4.76 11 0.8 2
ZPMT160416L [ ] [ J 16.45 9.525 4.76 11 1.6 1
ZPMT160416LP [ ) 16.45 9.525 4.76 11 1.6 1
ZPMT160416R [ ] [ ] 16 9.525 4.76 11 1.6 2
ZPMT160416RP [ ] 16 9.525 4.76 11 1.6 2
ZPMT160420L [ ] [ ] 16.45 9.525 4.76 11 2.0 1
ZPMT160420LP () 16.45 9.525 4.76 11 2.0 1
ZPMT160420R [ ] [ ] 16 9.525 4.76 11 2.0 2
ZPMT160420RP [ ] 16 9.525 4.76 11 2.0 2
ZPMT160430L [ ] [ ] 16.45 9.525 4.76 11 3.0 1
ZPMT160430LP [ J 16.45 9.525 4.76 11 3.0 1
ZPMT160430R [ J [ ] 16 9.525 4.76 11 3.0 2
ZPMT160430RP [ ) 16 9.525 4.76 11 3.0 2
ZPMT160432L [ ] [ ) 16.45 9.525 4.76 11 3.2 1
ZPMT160432LP [ ) 16.45 9.525 4.76 11 3.2 1
ZPMT160432R [ J [ ] 16 9.525 4.76 11 3.2 2
ZPMT160432RP [ ) 16 9.525 4.76 11 3.2 2
ZPMT170508R [ ] [ ) 17 11 5.56 11 0.8 2
ZPMT170516R [ ) [ ) 17 11 5.56 11 1.6 2
ZPMT170520R [ ] [ J 17 11 5.56 11 2.0 2
ZPMT170530R [ J [ ] 17 11 5.56 11 3.0 2
ZPMT180508L [ ] [ ] 18 11 5.56 11 0.8 1
ZPMT180516L [ ] [ ] 18 11 5.56 11 1.6 1
ZPMT180520L [ ] [ ] 18 11 5.56 11 2.0 1
ZPMT180530L [ ] [ ) 18 11 5.56 11 3.0 1

1 —X10fAADTY,

10 inserts per case.

[
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MOdUIar Heads FULL LINEUP

@ AAerospace Tooling ITD;“J' \O_E:)‘JE_«‘y F G'B@dy

"AERO-CHIPPER" MAL type
m Features
MZEEREDTZIV=~F Y VIIIIC
SRE -SEENTIOZEETR

Possible to high precision &
high efficient machining for
aluminum & titanium alloy
in aerospace tooling.

SR - WUEICBNT
GiBodVl Gnouyz s,
Adopted ultra-rigid and improved body
durability “G-Body”.

(I*.IEME%EE ic) Internal coolant supply

( E*EE ) High precision
BRERFYIERFICED, BNEER
DIMIHiETEE,

True 90 degrees shoulder milling.

UINARE  $915mm

( Eﬂu$ ) High efficiency

BREESRTIV—ARRDF v TICLD

VIR Z (R SEEEM IO,
(10 <THHE (FIV=#1): 5012TQA=2,250cc)

FTle. FYTEXR BRI F—DRIBICKD

( Ziaenl T ) Multi-purpose SEEE TR
HHIDPBHIDREITEL . SYEYIPAUAI S e e e
13 ESHALTSIN O AT AR, ® Insert has key for high velocity revolution
Ramping & helical interpolation possible. specification.

M ERIE(CENTARH IS + REDOGNIE(C KD RERES65HRCLL L EFIREN DEAZER(ChR < FRlIE T A4
AMB LU T EFGZEIRML R 7 Y T BRI IR CERNZRELEZ T,

ESICHIOLKFOBE BOREZHITIMREHDE T,
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, 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.




// DIJET

9)[=1[:3:1-8 Cutting performance

Accuracy on cutting edge

BAERELE (FURe25) Accuracy comparison on cutting edge (Nominal dia. : ¢25

S4Z(mm) Actual dia.
247 2475 248 2485 249 2495 25

16
15
14 | \\ '
13 | N

12 |
11 |

=tAR

High precision

DUJET: 0.03mm

[y
o

B#t:0.173mm
Competitor B

BIENIE (Mm) Measuring location

P N W s~ 01O N 0 ©
L L L L L L L L L
a

/

HFHABF v I TOREIEEIZBIEI0.173mmIC 3 Ui 820.03mm e EiEE ‘

AERO-CHIPPER showed much precise dimension on insert than competitor B.

Machining accuracy

[—1]
Wi TEMTIEE Wi TENMTIEE HEE
(ap=15mm, fz=0.4mm/t) (ap=15mm, fz=0.6mm/t) High precision
Accuracy comparison on machined wall Accuracy comparison on machined wall
HIDFE L Remains 4= = BUVAFH (um) Over cut HID5%EL Remains <= = BULVAFH (um) Over cut
-40 -30 -20 -10 0O 10 20 30 40 -40 -30 -20 -10 O 10 20 30 40
20 f i 20
/ -19 -19
-18 -18
17 - 17
- 16 -16
- r====715 -t--r15
< -14 5 14 §
-13 S 13 8
12 B F12 2
L1 3 -1 3
-10 = -10 =
\\ 2 E (o E
'8 E 8 E
Bif: 70um ¢ 8 o B
o m 7 - = B k=
CompetitIgrB ] } L5 K Bt: GQUm r | 5 K
| L, & Competitor B |4 ™
-3 F 3
) -2
L1 F1
0 -0

TE®RTooldia. : 925 (DIJET : EVaS5—YR + F—)ViBE> v+ 07—/ \[TEE—&]) MAL+MSN (carbide shank)
#EI#F work material : ABO56  1=20,000 (min™), Ve=1,570 (m/min), ap=15(mm) (2 EtJA+ Two times), de=3 (mm), Wet, Down cut

15MmMEICHBNT. FENIFB60umICxL13um ($11/4L1F)
During 15mm cutting length, AERO-CHIPPER showed 4 times better accuracy.




MOd U |ar Heads FULL LINEUP

MAL | T70FyI\— £Y35—Avy R WLITEIZILERE
TYPE L 103~105~—9)

)
. EHEAT nely) &HID =HlD (3—FR)
SN =R f MD

§ O A A—
S T oA - a
Y End ¢
§ O
MEEN e
Lt DSW-4075 -
DSW-4085 3.6
~ & (mm) Dimensions srosme WHSF v T 755‘5@55 Pfjrtysg-
e & EEE| I¥ %EEE;E Applicable inserts Clamp screw | Wrench
Cat. No. Stock| No.of | @Dc| Lf | @Db| MD | W min® — Q
q Max. @ Y/
nserts spindlgépeed ‘g// & /‘
MAL-1020-M10 ([ 1 20 35 | 19.7 | M10 | 14 15,000 DSW-4075
MAL-2025-M12 ([ J 2 25 35 | 241 | M12 | 17 40,000
MAL-2028-M12 | ® | 2 28 | 35 | 269 | M12 | 17 | 36,000 |x0GT160500 o
MAL-2032-M16 | ® | 2 | 32 | 43 | 305 | M16 22 | 33,000 PDOR | DSW-4085
MAL-2035-M16 | ® | 2 35 | 43 |32 | Mi6 22 | 31,000
MAL-3040-M16 ({ 3 40 43 | 32 M16 | 26 | 28,000
) 1. RIVFICF Y TREHEIFAAVTEHD F Ao BIESRDLIEE U Note) 1. All cutters are supplied without inserts.
2. 0—7R3. R32f[IEF v I FERT DIBESIE. RMAFHmEEI—F(C 2. Attention to use 3mm or 3.2mm corner radius; Body must be modified to
R1.5FFZC1.2mmZEEIMTILTLZEW, 1.5mm radius or 1.2mm chamfer at corner.
3. BV 15— ROHEHEDMTT NLIERP.6ETBEBL AT, 3. Please see page G_for recommended tighteping torque. i )
4. FI4EE1,000m/minl Lt CSERADIESE. 7—/\. KL ESHICIRET. 4. In case to use r_:uttmg speed over 1,000_m/m|n, plgase adjust the art_Jor with
EEER DS D BV B & ERCE. 3UNCHEL FEL. the hplder within lgrlade G6.3 of the rotating machines-balance quality
requirements of rigid rotors (JIS B 0905).
MAL | sinz-> URE
TYPE
® [T
JC5118 65\/ .
PN = A
% & i S & (mm) omensions R Rl
£ [ e B C T re FZ05 JC5118
X0GT160504PDFR G 21.0 16 1.9 5 0.4 [ ]
X0GT160508PDFR G 20.9 16 2.1 5 0.8 [ J
X0GT160512PDFR G 20.8 16 2.2 5 1.2 ©)
X0GT160516PDFR G 20.7 16 24 5 1.6 ©
X0GT160520PDFR G 20.4 16 2.5 5 2 [ ]
X0GT160530PDFR G 19.8 16 3.2 5 3 [ J
X0GT160532PDFR G 19.6 16 3.4 5 3.2 [ ]
X0GT160504PDER G 21.0 16 1.9 5 0.4 O
X0GT160508PDER G 20.9 16 21 5 0.8 ©)
X0GT160512PDER G 20.8 16 2.2 5 1.2 ©
X0GT160516PDER G 20.7 16 2.4 5 1.6 ©)
X0GT160520PDER G 20.4 16 2.5 5 2 ©)
X0GT160530PDER G 19.8 16 3.2 5 3 ©)
X0GT160532PDER G 19.6 16 3.4 5 3.2 ©)

17 —X10fBADTY . 10 inserts per case.

( @ | X—H—7EEmR Standard stock items O : EATEER Soon to be stocked O : EENBLIEDRERESE Soon to be deleted




// DIJET

/]3] | ki 2 = i A Ml Modular head MBN type

TYPE

EV2AS—AYFECAE=FOEY MED  pccuracy of MRN after combined
HEAFENFEE: 15umiT (BE10umiUT)

0.D. run out : below 15um (Target below 10m)

NN 49~64~—y) @EE T ETT106~108~—Y

MD EHIDE-7R)

/

N | | & I5YTRURE | #RLS(Nm)
; j ® : B Bl = e
i FSW-3509 2.0
! FSW-4013 3.0
¢ " FSW-020 50
FSW-8025 6.0
~ ;% (mm) Dimensions WHSFwT g_y%gnl?':l': Pelljrtysa:
2 . : >
e & £ i Clamp screw Wrench
Cat. No. Stock R ¢ Dc Lf ¢ Db MD W ¢
&N
\/ ‘ ,/@
MBN-100-M6 o 5 10 18 9.7 M6 8 BNM-100.../ BNM-110 |FSW-3007H| A-08
MBN-120-M6 o 6 12 20 11.5 M6 8 BNM-120... FSW-3509| A-10
MBN-160-M8 o 8 16 23 15 M8 12 BNM-160... FSW-4013| A-15
MBN-200-M10 ® | 10 20 30 18.5 | M10 14 BNM-200... FSW-5016 | A-20W
MBN-250-M12 ® | 125 25 35 24 M12 17 BNM-250... FSW-6020| A-30
MBN-300-M16 ® | 15 30 43 29 M16 22 BNM-300... FSW-8025| A-40
MBN-320-M16 ® | 16 32 43 29 M16 22 BNM-320... FSW-8025| A-40

E) 1. RIS ICF v TIFHHdHAAR THD FE B Ao BIRBRDLIZEL,
2. Y25y FOHERRNIT MLIEP.6ZSBR LT,

Note) 1. All cutters are supplied without inserts.

2. Please see page 6 for recommended tightening torque.

MBN-H =L o) | T SO AT L2 Sl Modular head MBN-H type

TYPE

ARIENFEE: 15umdT (BZ10umiUT)

9—352 RJUTZE Through coolant hole

EV2S5—AY RECHAE~FOEY MED  pccuracy of MRN after combined
0.D. run out : below 15um (Target below 10um)

NN 49~64~—y) @S 106~108~—y

“
MD iEHID (13 R)

|
R~ Q
[ | I jfm
1 [ | N I iS]

OS5V TRURE | #EMNLI(N-m)
Clamp screw F torque
FSW-3007H 1.2
FSW-3509 2.0
FSW-4013 3.0
FSW-5016 4.0
FSW-6020 5.0
FSW-8025 6.0

~ & (mm) Dimensions HSF v _\.I::‘B ::'f': ParEs

o &= 7 Applicable inserts a:m/p Zg‘:\l‘; e

Cat. No. Stock| R ¢ Dc Lt ®Db | MD W @ “\\

N I/ X3

MBN-100-M6-H o 5 10 18 9.7 M6 8 BNM-100.../ BNM-110 |FSW-3007H| A-08
MBN-120-M6-H [ 6 12 20 11.5 M6 8 BNM-120... FSW-3509 | A-10
MBN-160-M8-H o 8 16 23 15 M8 12 BNM-160... FSW-4013 | A-15

MBN-200-M10-H ® | 10 20 30 18.5 | M10 14 BNM-200... FSW-5016 | A-20W
MBN-250-M12-H ® | 125 25 35 24 M12 17 BNM-250... FSW-6020 | A-30
MBN-300-M16-H ® | 15 30 43 29 M16 22 BNM-300... FSW-8025 | A-40
MBN-320-M16-H ® | 16 32 43 29 M16 22 BNM-320... FSW-8025 | A-40

E) 1RSI ICF v TI3EHFHAALTEH D FE B o BIEBRDLEE L.
2. EVa 35—y ROEERMLT ML EP.6%Z TR IEE L,

Note) 1. All cutters are supplied without inserts.

2. Please see page 6 for recommended tightening torque.

@ | X—AH—7EEm Standard stock items

O ! EBETEEm Soon to be stocked

O FEENELIEDREFES Soon to be deleted




Modular Heads s umes

SU—
WinFvo WL

SRt FFITRAI=SS—R—IUBNMRE ] I[CCBNFY J&#HICSAYFyT
Adopted Mirror-Ball CBN insert.

Q= EEIDTE . ABTLAEEID Reduced the machining time MIIXMD
IR HE D O RE by high speed cutting. KBS %
OCBNFvIIcLBEERIL *Reduced the hand finishing and H
OEEEICLEN. BHETED try out times by improved surface quality. EANFEd
RIS G AT “HeanuaETE Achieved huge cost
OBETRE «Ermiss (when insert showed normal wear). reduction !

A))=[1: 318 Cutting performance

Tool life comparison

0.25
4T Material: FCD700 GGG70 E o2
KIS+ Cutting conditions: 8
=15000min”, Vi=1200mm/min, %E 0.15
dp=0.2mm, de=0.6mm 5 O
22 LK Overhung length: 98mm Eé 01 'ﬂ*itl: %IIII26‘E !
ﬂ Compared with competitor's tool, BNM
i 0.05 —=@== BNM-300(JBN245) achieved 2.6 times longer tool life.
=l A%B(CBN) Competitor A (CBN)

0 250 500 750 1000 1250 1500 1750 2000
AIT&R(m) Cutting length

CBNF v 7 (##&JBN245)

CBN insert (JBN245)
| FyIRGEE
+0.006mm

= 1 < * N 1" <| Radius form accuracy
- of inserts:
below +0.006mm

R+0006 R+ 0006

B B
e = PVDI—3«>/Z PVD coated ggr:;?c-:a{e% ﬂﬁgﬁidﬁ CCBBlkllﬁ:s‘e;thj ~ & (mm) Dimensions
o TS | Wors  lmony | Jctooo0 | KIS | @BN24s| R A BT

BNM-100 o ([ J ([ o o 5 10 85| 2.6
BNM-110 ([ J 55| 11 9 2.6
BNM-120 [ ([ J o ([ J o 6 12 |10 3
BNM-160 o ( o o () ( 8 16 | 12 4
BNM-200 [ ([ J o ([ J o o 10 20 |15 5
BNM-250 (] ( ([ o ([ J 125 25 | 185 | 6
BNM-300 ([ ] o o (] 15 30 225 7
BNM-320 [ (] () () 16 32 |235| 7

17 —22f@ADTY. /2 LH1EJC1000085&VUBN245 15 —2 HHADT Y. 33) SERHIOBAEFEICA0IEEHBIELET,

2 inserts per case, but grade JC10000 and JBN245 insert is packed in 1 piece per case. Note) In case of wet cutting. Grade JC4015 is recommended.

( 35R—ID Kk FvITHIFFIREDEFEE TSR IEE L. Please see page 35 for Attention to mounting insert. )

@ [ @ . X—H—7EEER Standard stock items O : EETEER Soon to be stocked O EEHELIEDREFESE Soon to be deleted ]




MBN

// DIJET

TYPE
M F v JRIBE
4— — - < Radius form accuracy
A of inserts:
below +0.002mm
1 T .| R£0002 B
B & PVDO—5 >/ PVD coated ~f & (mm) Dimensions
Cat. No. .(12(329210? R A B T
BNM-100-AAA [ 5 10 8.5 2.
BNM-120-AAA ([ 6 12 10 3
BNM-160-AAA [ 8 16 12 4
BNM-200-AAA [ ) 10 20 15 5
BNM-250-AAA [ ] 12.5 25 18.5 6
BNM-300-AAA ([ 15 30 22.5 7
BNM-320-AAA [ 16 32 23.5 7

15 —AEADTY,

=5—f—ILEE =
TYPE

1insert per case.

) 1 EXHOBEEJICA015EHRENELET,
2. FyTBGIFROERE TR ETSRIIZE L,

Note) 1. In case of wet cutting. Grade JC4015 is recommended.

2. Please see below for Attention to mounting insert.

=AY 2T Al "Mirror 8" Inserts for MIRROR BALL

FyIRFEE
+0.006mm
Ik < _ . 9 (F]l'aidni;lesrftg:m accuracy
below +0.006mm
5 BHRET
C(lxi\b—?\“ﬁ) Regrindable
T .| Rt0006 g™ .
PVDO—5«2J BESE =4 3 N
e & PVD coated DLC Uncolz?ed X & (mm) Dimensions
Cat. No. 8008 FZ05
el GJc20003| @ FZ0 R A B C T
BNM-100-S [ ] o [ ] 5 10 8.5 1 2.6
BNM-120-S [ ) [ ) [ ) 6 12 10 1 3
BNM-160-S [ ] [ ] [ J 8 16 12 1 4
BNM-200-S [ ) [ ) [ ) 10 20 15 1 5
BNM-250-8 [ ] [ ] (] 12.5 25 18.5 1 6
BNM-300-S [ ) [ ) [ J 15 30 22.5 1 7
BNM-320-S [ ] X B 16 32 23.5 1 7
= PVDPE'[: Oz_t'e’df ~Y S 3% (mm) Dimensions
Cat. No. JC6102
@0 R A B C T
BNM-100-SH [ ] 5 10 8.5 1 2.6
BNM-120-SH [ ) 6 12 10 1 8
BNM-160-SH [ ) 8 16 12 1 4
BNM-200-SH [ ) 10 20 15 1 5
BNM-250-SH [ ] 12.5 25 18.5 1 6
BNM-300-SH [ ) 15 30 22.5 1 7
BNM-320-SH [ ) 16 32 23.5 1 7

17 —Z2fADTY,

=N

2 inserts per case.

=5-8FvIREIS—RK—ILERF Y I TI . CEADIEREIS—R—IL&ElE

SS—R—ILEI2S— Ay RICEYy FLTEALEEL,
2. BIfEICOWVTIRRE D DEH EERE THRLEDELEE L,

bodies and modular head MBN type.
2.Regarding the regrind, please call our nearest distributor.

Note) 1. "Mirror S"inserts is exclusive use of MIRROR BALL. Please use only in MIRROR BALL

C

35R—ID kFvITEFHIEDES 2SR EEU)  Please see page 35 for Attention to mounting insert.

)

[

@ | X—A—7EEm Standard stock items

O : EBETEEm Soon to be stocked

O FEENELIEDREFES Soon to be deleted
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'-J—

@ '-:'5—5 =k @ "Mirror S" Full radius type Inserts for MIRROR BALL
TYPE

HEICARL—FEB7RDIEWLWERAZIAZIRE  Adopted full radius geometry without straight edge.

ORERZ180E L LERATHMI(Y—EY T —RE)ICRB, ®Best suite for machining over 180 degrees radius contact.
For example turbine blade machining.

Modular Heads s umes

.gﬁl;’;g%%fi%b\tm\;L‘CEEZ]I]IICBM‘CE%HE.%J:D oFull radius geometry reduces chattering problem on machining vertical wall.
N (a4 o
{ER R (BNM-SH2) EDiELY Insert geometry comparison
feRE: SS—SEARSV— R AFES (D) #ME: =5—S(£R%- 7)BNM-S-R¥Z
i BNM-S#2 (Withpﬂterd =2 (Full radius type) 200EIV7
straight edge) gﬂ-c
FvIRBE
1 (ARL—hE
((Straight cuttinzlgezjge) I i 0 [] D D_ 6 mm
) /an) Z{REIE
— ‘ = z \ = P Radius form accuracy guarantee of
U °°\/“ /U\ ‘J\%Q area by globular 200 degrees.
5 SEICRNL—EBEBD ! A0 2REMRERA!

/

FvIRIEE
+0.006mm

< f\) Radius form accuracy
N
\

of inserts:

ﬁy below +0.006mm
i BifEARD]

P0006 @4_44/ Not regrindable
T B
& PVDPEID coZt_e’d( ~7 ~ & (mm) Dimensions
B JC8008 (z10) R A B T
BNM-100-S-R [ J 5 10 8.5 2.6
BNM-120-S-R [ ) 6 12 10 3
BNM-160-S-R [ ) 8 16 12 4
BNM-200-S-R [ ) 10 20 15 5
BNM-250-S-R o 12.5 25 18.5 6
BNM-300-S-R [ 15 30 22.5 7

17—22ADTY, 2inserts per case.
1. ES5—SFyvIRIS—HK—IVERF Y I T . CERADEREEIS—R—ILFrE Note) 1. "Mirror S" inserts is exclusive use of Mirror-Ball. Please use only in Mirror Ball bodies and

SS—R—ILEI1S5— Y R[CEY FULSERLIEEL, modular head MBN type. .
2. =5—S2R%1 7BNM-S-RF:lE. £RAR DI BIFEIN LA TEE B Ao 2. Full radius type / BNM-S-R can not regrind.
f =Fes HESR(T Z
y $ : P TI5¢ 3 ST~
*F v IRRIFEOER *Attention to mounting insert g e ey sl
1. IRILE F v TEEDERF. 1. Clean the insert seat carefully. @Dc N-m
2. FuIDER. (. BT I3 DENET &) 2 Cleanthe insert, especially hole and location face. 10 1.2
g = i 5 3. Change the clamp screw when the screw gets worn out. 12 2.0
< Féﬁd)}?bb\') 7/‘!’\)1‘/ I\(JEYJIEfCELZ(TTESL\O 4. Do not tightened the clamp screw too hard. 16 3.0
4. U=V NSO EENLSIERL TSV Recommend to use Torque control wrenches. 20 4.0
MLV R O=-IWL Y FOERZEREVELET . See the right table for recommended tightening torque. 25 5.0
(HER ST ML IR ERSHR) (See table) 2 o2

@ ( @ . X—H—FEEmR Standard stockitems © : iEATEER Soon to be stocked O : EENBELIEDREERESE Soon to be deleted




A/ oroeT
e Lot Dy & D ke b L XaSVA L Modular head MRN type

U 49~64a~—y) @IIEL ESE‘éﬁ?m (109~114~—9)

StHRMAZF v T FI YrIncert No: HRM type
EYaS5—AvRE GEE—@D £y MO Accuracy of MRN after combined
ARIENEE: 15umT(B#R104mETT) 0.D. run out: below 15um (Target below 10um)
J—7FRiFEE: £0.015mm Corner radius accuracy: £0.015mm
KRNMASF Y TR eIncert No: RNM type TEHID auou—m 1‘7/ AT HAEIANT «\umwmI

EVaS—AvRE HEE—®@ Y FFD Accuracy of MRN after combined
ARIENIEE: 15umAT(B#E104mETR) 0.D. run out: below 15um (Target below 10ym)

J—7R#EE: £0.010mmlTF Corner radius accuracy: within +0.010mm
EXENEE: S5umdT Bottom edge run out: below 5ym
MD
7553%25?& i I\)bﬁ(l}!}rqnag
- 7‘}» - FSW-3007H 1.2
FSW-3509 2.0
FSW-4013 3.0
FSW-5016 4.0
FSW-6020 5.0
a | FSW-8025 6.0
(HRMFEF v JfERF)3° (RNMEF v TERR) 1°
~ & (mm) Dimensions HISF v T 75;@3@ UI‘JEEII Pallitj .
& T=E AIITEGITETS Clamp screw Wrench
Cat. No. Stock| @Dc| Lf | Db | MD | W @
Lo & s
MRN-100-M6 [ 10 18 9.7 | M6 8 RNM-100-..., HRM-100/110-... FSW-3007H| A-08
MRN-120-M6 ® [ 12 20 | 115 | M6 8 RNM-120-/130-..., HRM-120/130-... |FSW-3509| A-10
MRN-160-M8 [ ] 16 23 | 15 M8 12 RNM-160-/170-..., HRM-160/170-... |FSW-4013| A-15
MRN-200-M10 | ® 20 30 | 19 M10 | 14 RNM-200-/210-..., HRM-200/220-... |FSW-5016| A-20W
MRN-250-M12 | ®@ | 25 35 | 24 M12 | 17 RNM-250-/260-... FSW-6020| A-30
MRN-300-M16 | ® 30 43 | 29 M16 | 22 RNM-300-... FSW-8025| A-40
MRN-320-M16 | ® 32 43 | 30 M16 | 22 RNM-320-... FSW-8025| A-40
) LRIV PICF YT REIHFAATEDFRBA. FIEBKDLLEEU, Note) 1. All cutters are supplied without inserts.
2. EVa15—AY ROHEERMIFNLIEP.EZTBRIEE L, 2. Please see page 6 for recommended tightening torque.
RN = L Dby O S b 0 ) . Modular head MRN-H type
TYPE ([ £7—52/ IR Through coolant hole ] MR Egm?m 09~114~—y

SeHRMAZF v J{iE FI YrIncert No: HRM type
EYaS5—AvRE GEE—@D £y MO Accuracy of MRN after combined
ARIENEE: 15umdT(B#R104mET) 0.D. run out: below 15um (Target below 10um)
J—7RiFEE: £0.015mm Corner radius accuracy: £0.015mm
KRNMASF Y TR eIncert No: RNM type FEHID Jo<:—m 7oy HJI]I HAEIANT umbnuI

EVaS—AvRE HEE—®@ Y FFD Accuracy of MRN after combined
ARIENIEE: 15umAT(B#E104mET) 0.D. run out: below 15um (Target below 10ym)

J—7R#EE: £0.010mmTF Corner radius accuracy: within +0.010mm W
EXENEE: S5umdT Bottom edge run out: below 5ym
IS5V TRURE ?Eﬁl\)l/ﬁ(N m)
Qo Clamp screw torque
% FSW-3007H 1.2
FSW-3509 2.0
FSW-4013 3.0
FSW-5016 4.0
FSW-6020 5.0
H { FSW-8025 6.0
(HRMEF v 7R 3" (RNMAZF v TR 1°
~ & (mm) Dimensions HisF v 7_;%*;&':;': PT/rt;a:
e & £= AT Clajmp Screw Wrench
Cat. No. Stock| @ Dc | Lt ¢Db | MD W “
© & s
MRN-100-M6-H | @ | 10 18 9.7 | M6 8 RNM-100-..., HRM-100/110-... FSW-3007H| A-08
MRN-120-M6-H | @ | 12 20 | 11.5 | M6 8 RNM-120-/130-..., HRM-120/130-... [ FSW-3509| A-10
MRN-160-M8-H | @ 16 23 | 15 M8 12 RNM-160-/170-..., HRM-160/170-... | FSW-4013 | A-15
MRN-200-M10-H| ® | 20 30 | 19 M10 | 14 RNM-200-/210-..., HRM-200/220-... [ FSW-5016| A-20W
MRN-250-M12-H| @ | 25 35 | 24 M12 | 17 RNM-250-/260-... FSW-6020| A-30
MRN-300-M16-H| @ | 30 43 | 29 M16 | 22 RNM-300-... FSW-8025| A-40
MRN-320-M16-H| ® | 32 43 | 30 Mi16 | 22 RNM-320-... FSW-8025| A-40
) 1. RILFICF YT FHEIFHAATHDEB A FIESRHLIEETL, Note) 1. All cutters are supplied without inserts.
2. EVaS— v ROHEERFHF TN IEP.6ZTSIBLEEL,. 2. Please see page 6 for recommended tightening torque.

[ @ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O FEENELIEDREFES Soon to be deleted } @




M Od U I arl Heads FULL LINEUP
S0 1AV Inserts

ORNM-[ ][ J-R0ODIFS

0

*
A -0.020
|
|
|
T
\
I
\ L ‘ L
A 48.020
\ .
T
\

d—FRIEE
+0.010mm

Radius form accuracy

of inserts:
below +£0.010mm

[ ioe oo
_T| r+0010 B LL I / \ B \
d—7FROIUTF
Corner radius : below 0.1mm
PVDI—7/v5 [ZE5imesl < & (mm) PVDI-7/v4 |[ZA5iEgssl < & (mm)
W & PVD coated Diarmond| ncoate Dimensions W & PVD coated Diarmond| [Incoated Dimensions
Cat.No.|e5o0 ot CAII Jcaos GO KTo rlsiallT  “No |ics003|Jc5015 JCa03 Joots o] K9 ris alB
(205) |(z10-20)| (205) |(Z10-20) (K10) (205) |(z10-20)| (205) |(Z10-20) (K10)
RNM-100-R0 o P RNM-200R15)| © | O | ® | @ ® (15
RNM-100-R03] © | O @ | @ ® |03 RNM-200R20) © | © | ® | @ ® (2 [6.7/20]15
-100- Ol0 @ | @@ | e | e |0 -200- O o
RNM-100-R05 05 331018526 RNM-200-R30 3
RNM-100-R10{ O | O @ | ® | ® | ® |1 RNM-210-R03 O o 03
RNM-100-Rt5| © | O @ | @ ® |15 RNM-210-R05 O () 05 67121 15
RNM-100-R20{ © | O @ | ® o (2 RNM-210-R10 O o 1 '
RNM-120-R0 [ P RNM-210-R20 O o 2
RNM-120-R03| © | O @ | ® ® (03 RNM-250-R0 (] X
RNM-120-R05) © | © @ @ | @ | @ (05 4 12110! 3 RNM-250-R03| © | O | @ | @ 03
RNM-120-R10{ © | O © | @ | ® | ® (1 RNM-250-R05| © | O | @ | @ 05
RNM-120-Rt5| © | O @ | @ ® (15 RNM-250R10) © | O | ® | @ 1 18.3/25/18.5
RNM-120-R20{ © | O @ | ® ® |2 RNM-250R15)| © | O | ® | @ 1.5
RNM-130-R03 O [ 0.3 RNM-250R20) © | O | ® | @ 2
RNM-130-R05 O [ 05 4113110 3 RNM-250-R30 O o 3
RNM-130-R10 O [ 1 RNM-260-R03 O [ 03
-130- O ([ -260- O o !
RNM-130-R20 2 RNM-260-R05 05 83196185
RNM-160-R0 ] P RNM-260-R10 O o 1
RNM-160-R03] © | O @ | @ ® |03 RNM-260-R20 O [ 2
RNM-160-R05| © | O @ | @ ® (05 5316 12 4 RNM-300-R03) © | O | ® | @ 03
RNM-160R10 O | O | @ | @ o1 RNM-300-R05| © | O | © | @ 05
RNM-160-Rt5| © | O @ | @ ® |15 RNM-300-R10) © | O | ® | @ 1 10130 025
RNM-160-R20{ © | O @ | ® @ (2 RNM-300-R5) © | O | ® | @ 15 '
RNM-170-R03 O [ 03 RNM-300-R20| © | O | ® | @ 2
-170- O o ! -300- O o
RNM-170-R05 05 53117112 4 RNM-300-R30 3
RNM-170-R10 O o 1 RNM-320-R03| O | O | @ | @ 03
RNM-170-R20 O () 2 RNM-320-R05| © | O | ® | @ 05
-200- o X -320- OO0 @ | @
RNM-200-R0 X RNM-320-R10 1 10732 b3 5
RNM-200-R03f © | O | @ | @ ® 03 6720115 5 RNM-320-R15) © | O | © | @ 1.5
RNM-200-R05| © | O @ | @ ® (05 RNM-320R20) © | O | ® | @ 2
RNM-200-R10| © | O @ | ® o |1 RNM-320-R30 O o 3
175—22BADTT, UM TEICIO000FT—AMBADTY, % ¢ J—7FRO.ILLTF Corner radius: Below 0.1mm
2 inserts per case, but grade JC10000 insert is packed in 1 piece per case.
) JC501513JC80151C.JC5003(3JC8003IC. BERBERDBFETT .
Note) JC5015 will be replaced by new grade JC8015, and JC5003 will be new grade JC8003.
( 35R—ID Kk FvITEUFIFIFD;ES ZSIBLIEE ), Please see page 35 for Attention to mounting insert.

@ ( @ | X—H—7EEmR Standard stock items O : EATEER Soon to be stocked O : EENBLIEDRERESE Soon to be deleted




// DIJET

b0 (7eaa Inserts
| .

d—FR¥EE
__C(ARL—RER) +0.015mm
| ~uy

Radius form accuracy
of inserts:
below +0.015mm

B o
™
PVD __]' :f( PVD 3
) o 4 s&(mm) ) S g < & (mm)
f(f;ﬁt |\|§ %‘Vng(;gédb Dimensions ’zﬁt N§ ]PVch-(;faé(? Dimensions
at. No. at. No.
JC8015 JC8015
(Z10~20) @¢Dc| r B | C | T (Z10~20) @¢Dc| r B | C | T

HRM-100-R05 O 0.5 HRM-160-R10 O 1

HRM-100-R10 O 10 |1 8.5/ 0.3 | 2.6 HRM-160-R20 [ ] 16 | 2 | 12 |05 | 4

HRM-100-R20 [ ] 2 HRM-160-R30 L 3

HRM-110-R20 [ ] 112 85/ 03| 2.6 HRM-170-R30 [ ] 17| 3 |12 |05 | 4

HRM-120-R05 O 0.5 HRM-200-R10 O 1

HRM-120-R10 O 12 |1 |10 |05 3 HRM-200-R20 (J 20 2 | 15|05 5

HRM-120-R20 [ ] 2 HRM-200-R30 [ ] 3

HRM-130-R20 [ ] 13 /2 |10 1053 HRM-220-R30 [ ] 22| 3 | 15|05 | 5
15—X2BADTT, 2inserts per case.
) HRMEF Y IS5 —SYFPRAIVRIIV(EBBEY vV I)ERAFvITT,

CEADBIRES—SIYTPRAIVRINVEBBEY vV IFEFRZIS—FITRAEI25—AY R(P.36)ICEY RLSERALEEL,.
Note) "HRM" inserts are exclusive use of Mirror Radius End Mill carbide shank body.

Please use only in Mirror Radius End Mill carbide shank bodies and Mirror Radius modular heads (page 36).

( 35R—ID kFv ITHFFEDFEE #TSBLIEEU,  Please see page 35 for Attention to mounting insert. )

E5—5I7R F—=I\—YLXFvIDHER

F=N\=BALXF v T coERICKD . IDLFDHFHiAdH
[CKDRIVIBRUT—IDIEE =L,

In case of using HRM inserts, recommend to use over size
inserts as below increase side clearance to prevent the damage of
shank by sticking chips.

() HRM-110-R20, HRM-130-R20,
HRM-170-R30, HRM-220-R30

Features of "MIRROR RADIUS" Over size Inserts

JUTPSIRA
O0.5mmi EHE

Clearance
necessary more than 0.5mm

F—I\—YALZXFvT

Over size Insert

@ | X—H—7EER Standard stock items O ! EBETEEm Soon to be stocked

O FEENELIEDREFES Soon to be deleted } @




Modular Heads s e

S0 eV Inserts

ORBEEHORE - It LIF IR CRRL—h) T
Side & bottom face finishing for high hardened steel. +:|0_6-| g
_—U. mm

Radius form accuracy
® of inserts:
Q below +0.015mm
O(‘D B
K S
’ |
‘ 7S
| 7
T -

ORERHRMEF v TEDHEARA M —MBEIENIICEUREICTD I LITED, Fii - AT B SLUEANBERITF
By adopting longer outer straight edge than conventional HRM insert, HRM-F insert achieved longer tool life,
better surface roughness and deflection on machining vertical wall.

PVDI—F«>% + s .
e & PVD coated ~ & (mm) Dimensions
Cat. No.
J08015(z10~20)| JC6102 (z05) @®Dc r B c T
HRM-100-R05-F o ° 0.5
HRM-100-R10-F o ° 10 1 8.5 15 2.6
HRM-120-R05-F o ° 0.5
HRM-120-R10-F o ° i ] 10 1.5 3
HRM-160-R05-F o ° 0.5
HRM-160-R10-F © ° 16 1 12 2 4
HRM-200-R05-F o ° 0.5
HRM-200-R10-F o ° 20 1 15 2 5

17—22BADTY, 2inserts per case.
) HRM-FEFYTRES5—SYPRAIVRINW(BEY vV I)ERAFYITI,
CEADKRIS—SYP7AIVRINBEY vV IFRIEZIS—SITREI1S5—AYR(P.36)ICEY FLTEALEEL,
Note) "HRM-F" inserts are exclusive use of Mirror Radius End Mill carbide shank body.
Please use only in Mirror Radius End Mill carbide shank bodies and Mirror Radius modular heads (page 36).

( 3ER—ID K F v TETIFIFDES TSR EEL), Please see page 35 for Attention to mounting insert. )

@ [ @ | X—H—7EEm Standard stock items O : EATEER Soon to be stocked O : EENBFLIEDREFESE Soon to be deleted




(-8 Modular head MDB type "Back Draft"

TSI RSTH ESaS5—Ay

<)

HHOEERESS JUAIEHBDEE-

1. KTy MIZAUAII. TS5V IMIB EDSHEEEEM TR 5E
2. FyIHER. \Va1—J—bY—Xy hELUCBNDOIBEZS 1V FvT
3. BEBFYINUI—v3ay: RFVI—-RI4TITMA.

053t EIFEHETE ERADD (/\—1E3mm% 1 7 (XRAZIX) DBD-30#

// DIJET

=SAeRT EIFINI A

O A2MMAD TSy FAICKD . FyTROEXZUTRES LURADE LIFIMIHTE.

E-ILRR—-XDEHERKERRFT LEFINIIC
2S5AFvT

RE15DBD-FR

1. For high speed and efficient finishing on reference surface of bottom face of die shoe and upper holder.
2. Possible to intelligent milling of pocket milling, helical interpolation and plunging.

Available for insert grade in VALUE coating, cermet and CBN.

3. Series extended:

oDBD-30 type insert, wider wiper insert with large radius shape for better surface roughness.
®DBD-F type insert, adopted 2mm finishing edge on side to be able to finish side and bottom both surface by one insert.

Best suite for mold base by finishing side & bottom face at once!

7))=[li:3:1 Cutting performance

Surface roughness comparison on bottom surface

T E%& Tool dia. : 940
77—I\ Arbor : MSN-M16-55-S32
#H# Work mat'l : S50C (C50)

HIHISE44 Cutting conditions : Ve=400m/min, f=0.6mm/rev,

ap=0.2mm, de=25mm
ZZH LR Overhung length : 2=95mm
&> Aw bk Down cut, 3L Dry
X% : DIJET: 3N
A%t Competitor A: 6N

Attit
#¥1/50mEEE

1/5 of Competitor A
surface roughness

DBD170408
(CX90)

Competitor A

Surface roughness comparison on side surface

T B1Z Tool dia. : 940
7—J\ Arbor : MSN-M16-55-S32
#HI#4 Work mat'l : S50C (C50)

YIS Cutting conditions : Ve=400m/min, f=0.6mm/rev,

ap=1.5mm, ge=0.2mm
ZH UK Overhung length : 8=195mm
9> A b Down cut, = Dry
X% : DIJET: 3N
A%t Competitor A: 6N

Akt
#¥1/20mEMEE

1/2 of Competitor A
surface roughness

DIJET
DBD170408-F
(CX75)

Att
Competitor A




MD N2 A 0wl DRI 8 Modular head MDB type
TYPE 7-7/#/\11"" Through coolant hole

Modular Heads s e

Cutting

e co,,dm,,,,

SEEHID HAEIANT

F\\ 7 4
e S A -
@—\ AUAJVIIT

iy | e
35 b DSW-4075 36
DSW-4085 3.6
~ & (mm) Dimensions HSF v T . 1 %:l':l Parts
ﬁ? E EE _ﬂ%ﬂl Applicable inserts %I?rr{p?gr?vbj VL\fr;z;
Cat. No. Stock i'r\]lgé ﬁfs @ Dc L ®Db | MD W & “
/\

@ MDB-1020-M10 ® 1 20 35 19 M10 14 DSW-4075| A-15
MDB-2025-M12 ([ J 2 25 B85 23 M12 17 DSW-4075| A-15
MDB-2026-M12 | ® | 2 | 26 35 | 24 | M12 | 17 D aOroa0s o [DSw-4075|  A-15
MDB-2032-M16 ®| 2 32 43 30 M16 22 5% DBD170408-F DSW-4085| A-15
MDB-2033-M16 [ J 2 33 43 31 M16 22 DSW-4085| A-15
MDB-3040-M16 ® | 3 40 43 32 M16 22 DSW-4085| A-15

A 1L RILIICF YT (FHEFHAATHDETBAFIRB KDL EE L
2. EVaS—AY ROMEERH LI ML IIFPEZCBRILEEV
Note) 1. All cutters are supplied without inserts.
2. Please see page 6 for recommended tightening torque.

>< 3’-J7DBD170408 FERREDOHNRE FFMEP DckD0.24mmINE<1EDFE T,
% In case of using DBD170408-F insert, outside diameter becomes 0.24mm smaller than Dc.

WinFvo QLEES

EEit EITH EE{TEITH RE{L LIS -EfEEE LA EEREREL EFNIA

For bottom face finishing For bottom face finishing For bottom face finishing & For finishing side &
better surface roughness bottom face at once

DBD170408 (JBN500) DBD170408 (JC8015, CX90)  DBD170408-30 (JC8003, CX75) DBD170408-F (JC8003, CX75)

P

\-[

16.669
) PVDI—F445 CBNFwv~ H—Xwhk
ﬁ9 § PVD coated CBN insert Cermet
Cat. No. Jc8003 Jc8o15 JBN500 CX75 CX90
DBD170408
° ° °

For bottom face finishing

DBD170408-30
° (

For bottom face finishing &
better surface roughness

@ DBD170408 F
® {

Forﬂmshmg side &
bottom face at once

15 —R10BADTY, 22 U#EIBNSOOIF TS —RXTEADTY, 10 inserts per case, but grade JBN500 insert is packed in 1 piece per case.

i) 1.DBD170408-30% AT 2R MIFEHUF v TZIMD I TEALEE L., DBD170408LBELCOERITEX A,
2. DBD170408-30%{# AT D& ARTA/(\—ICLDBME[F ¢ Dc—3.1mmENELIEDET,

Note) 1. In case of using DBD170408-30 insert, do not mix with DBD170408 insert. Use only DBD170408-30 inserts.
2. In case of using DBD170408-30 insert, effective diameter becomes Dc-3.1mm.

m [ @ | X—H—7EEm Standard stock items O : EATEER Soon to be stocked O : EENBFLIEDREFESE Soon to be deleted




// DIJET

ARZ/_RIT=vyYaADVEIAS—AYH N
NTIYEEO Moﬁﬁeﬁﬁsﬂype“ﬁmsh One" 7 G-B@dy |%|
SEN-ZAEH{TLNIICSVWT. EDEBHULLRBEYIER
INELEBEF IMNTHBESSIUMIEEZT1umTICTES

In the bottom finish processing of cavity mold for injection etc, achieved 1um or less surface roughness and
machined step without reducing the feed rate and pick feed.

Features

1. TADFEAICED TEDENDSZEZSZ(FEL 1. No influence of the tool deflection by adopting the single edged blade.
2. TV RS IVEAKRAARIC KD IREL EIFHiETEE 2. Possible to achieve specular surface finish by large radius shaped
3. FyTHECY—Xy FBLUHI—FT 1V wiper edge of endill. . -~
U{U1—1—N) ERELESS 3. Logger tool life by adopting cermet and new "VALUE COATING" cutting
4. FyITOMINSENVERLET DI TIVI S THASZERA 4. Adopted double clamp system, fastens the insert strongly.
4 EDHEIEFESDIBEHE Mechanism ﬁ:{f'ﬁm?
GiBedy TEHE DcD3fE~101S
R=3~10XDc
Large radius shaped gﬂiﬁtﬁﬁelﬁ::t{u:
wiper edge A/

X \
Iy I&IE

| ' - Pick feed
FIIWNIS5VT e TEANBOBRATO%DE Y 7 Th, MIEME umsl FOWEMTAIEE,
Double clamp system \The specular surface finish 1pm or less can he processed by pick feed about 70% or less of tool dlameler./

7))=[{i: 31 Cutting performance

#HI#1 Material: BRFRFISS0C (4£41) Carbon steel (C50) n=4775min"  ap=0.1mm @e=10mm
TE Tool: T-FON1200(@20) MQL(Z R  Mist)
Fw I#t%&E Grade: LDGW120308(CX75) -
EDDBEWNICEDEDSEEFASELE Feed direction EDDEWNICEDEYIHMEIBELLE Pick direction
8 6
~ 7 ~5 /-
Eg £
S| S|
~ 5 /\ N ¢ \ /
e, V4D U et
) — X — ~
& 3 Ep
[ z fed
1 - == " ~ L l— 1 — e ——— /P"“*
° 505 ' 0.1 ' 0.2 ' 0.4 ' 0.6 ' 0.8 I 0 0.05 0.1 0.2 0.4 0.6 0.8 1
fz (mm_“rev) fz (mm_rev)
=== T-FON 1200 CX75 === fEROMIEIIRHIY RSV +:|—?4y9“7‘~\y7| e T-FON 1200 CX75 ==@=— GERDOFEBIRLIY RIIV +0—F4 VI FvT
Conventional indexable end mill Conventional indexable end mill
FBIERICKDNINTIHEHLEE Tool life comparison MIEFES Surface roughness
0.1
£ fz=0.4mm/rev
£ 0.08
W / Rz=0.59um JIILE&=E=0.74um
¥ 0.06 L, 4 _
004 é_./o—-—l
7
K 0.02
O
| | | | | | $ f
0 B L Dl i e i
1125 2,250 3,375 4,500 5625 6,750 7,875 9,000 ” o e
I IERE (cm?2) T-FON# TEROANFEIRA TV RV
(CX75) Conventional indexable end mill

“==@== T-FON 1200 CX75 === 2RAFFIRRITY NIV +D—F 1V IFv T
Conventional indexable end mill




ZU—

Modular Heads ruuer

-3 F/\f']'* Through coolant hole EIAWNTTN 49~54~—3) QIEIES:S SL‘SL’EEOH
[ 4

D B

P La P e DR UL -DEE LI Modular head MFO type
TYPE

A=Se=T
B

< ;& (mm) Dimensions WisF w7 IR ER Parts
" Appllcable inserts 75)7@[) 95)712“}" I./‘J?"
2 & = Clamp screw| Clamp set Wrench
Cat. No. Stock| ¢Dc | ¢pDe | Lf | Do | MD | W <
L g5
Eff. dia. /
MFO0-170-M8 [ J 17 13.5 40 16 M8 12 LDGWA20308 CSW-406H DC-18 A15
MF0-210-M10 ([ J 21 17.5 40 20 M10 14 CSW-408H
) 1. RIS CF v TAHAATHD FB A BREBRHEE0,
2. EVaS—Av ROERERT ML IEP.6ETSRIIZE ., 757 TRURE [ ERNLZ(N-m)
3. 9ISV TS 1 TERBSICIEF v TROMIBREERTBRIEEL, (P.785) g';w_‘j;';x o (0
CSW-408H 3.6

Note) 1. All cutters are supplied without inserts.
2. Please see page 6 for recommended tightening torque.
3. In case of using double clamping modular head, please confirm “Insert set up installation points of
double clamping mechanism type” (please see page 7).

MEO[
TYPE

<
[le] H’\ N
— Lo
]
m
127 318 P/
PVDO—F«F P—Xw
e & B/ E PVD coated Cermet
Cat. No. Tolerance JC8003 CX75
LDGW120308 G o o

15 —22BAD T, 2inserts per case.

@ [ @ | X—H—7EER Standard stock items O : JEB7EEER Soon to be stocked O EEDIELIEDREFEE Soon to be deleted




// DIJET

J=a=INYI 7y TF=AAYY EIaAS5=AY K r@
W Modular head MPF type "New Back and Forth Cutter" T
Ny IFIRITF—=AER)MIICED2EDSRERIMIHOIE

High speed up and down cutting motion can improve the efficiency and accuracy.

Features

1 SE-SRENIHEE B L EFEETSSUENEE | EFER0.0TmmAN ——

High speed and high accuracy Surface roughness and deflection: 0.01mm or less (feed & pick direction).
finishing can be achieved.

MIGEDWNE

e D' 4

Improved method: by up and down

Current method: by end mill ¥ L
cutting motion

@I TEREHRL @I TERINFEL
OfflN. SRbHHPTL OfHIN. SbHHT
EHEEBEL EHEEBRL

®Long machining time
®Deflection and waviness problem
are easy to occur.

@®Short machining time
®Excellent surface roughness
and deflection & waviness

are perfect.

2 HEIENORED EE
Easy to adjust the 0.D. run out.
HEENDRAR G E
sTEP1 STEPE #§_EICT on the machine
L[ ,,mm\a;a!,ﬁ‘z.t @F—N\ZEEEGS T RNENEL.

—BaWFvIEZEELUET, RIC,
BOWFyTI=25I7)VAERUZRD
ChATIRNZEWLFvIERUICTED
KRIOICFAEET D,

TR h—BMUy Ity MRIV NS 38
BICHED I TAREETIT o T EELN,
CRUTEEBOHIFLTL EEL)

@IRNIFHRDRDINZ TEFAT %,
(0.01mmIAF B#Z0.005mmIUTF)

@Measure the 0.D. run out on the machine, and it is based on the highest insert.

Tighten the s

— By bRILE (/
Set bolt

gli=l

- SIT VBRI~
\ ;{gdeialadjustable
rew

&

\J
]

OH—hIyIDSI7IVEBRUZITNTHEDH CHL,

@A—KUy ViREICBRED TERFEVLSICE LT . Ey b
IV D IS DB v MRILKE Lonb &
fDHMIFTLEEL,

@hyyKHFZE. 7—IN\ICEy hT D,

=@

(DLoosen the all radial adjustable screws for cartridge.

@Tighten the set bolt after cartridge pushes to do the space on axial pocket side.
Tighten the set bolt firmly.

®Set the cutter body to arbor.

Next, to adjust the lower inserts to become same height to the highest insert

by tightening the radial adjustable screw.

Do the adjustment while set bolt was tightened firmly. Never loosen it.
©0.D. run out must suppress to be 0.01mm or less. Target 0.005mm

3 7y IHEIECBNREG £/ 1—T— M EBEER

Fv 7@ ERN T AICREECBNSHEA EMEFRMEICEBN BRIV —I—-MNZERALER

(JCB003) D2 AE =R LEEE,

CBN insert and JC8003 value-coated insert are available as standard stock.
CBN: CBN is the best grade for high speed & accuracy finishing and longer tool life. JC8003: DV coating is adopted for high wear-resistance

from semi-finishing to finishing.

4] BROEHIL

FyvIOSVTRUESITIVRABRUOL Y FREADRD BFIRABHESR X INMENSKEXT

E—&BmZ{ER.
Consolidating of parts.

Easy setting by using same wrench for insert 's clamp screw and radial adjustable screw. Moreover, the same parts are used from small diameter to large diameter.




MOdUIar Heads FULL LINEUP

e A ANk S s A e g AN Modular head MPF type
=52 N7UFZE Through coolanthole BRI Eé,’,ﬁﬂ'i‘t?on

T -_—
MD h l
@ / EENT
-7 *}I%**”*Xf* 11 H
Q A, | LM I
S \ g% T
e (P

Lt

¢ Db

ey

B, = TERE | 5988 | 5—5 U ~ & (mm) Dimensions
Cat. No. Stock (No. of | - Coolant ¢ Dc Lt ¢ Db MD W
MPF-2030-M16 e |2 7L 30 50 28 M16 22
MPF-2033-M16 | ® | 2 1FU 33 50 32 M16 22
MPF-3040-M16 | ® | 3 18] 40 50 32 M16 26
) 1. RILYICF v TFHEIHFHAATH D FE B e BlEHRDHTEE L, Note) 1. All cutters are supplied without inserts.
2. EVa1S—Av ROHERHMIT MLIRBP.6ZCSRIEEL, 2. Please see page 6 for recommended tightening torque.

S0 Inserts

DPGT0903-W3 DPGT0903-W3 o,
JBN500 < S— JC8003 AN

PV et~ oM
R OE YR coate inser
Cat. No. Tolerance JC8003 (Fft EIF - _EIFA) JBN500 (8t _EIFR)
Semi-finishing to finishing Super finishing
DPGT0903-W3 G (] (]

1 —X10BADTY, £EUHTEIBNSOOIF1U—RIEADTT,
10 inserts per case, but grade JBN500 insert is packed in 1 piece per case.

MPF Parts

TYPE
FwITOSTRU AH—RUwISITIL - -
WIS 5 BrU —Rw : g A—hUwY A—hUvItwh
FYIITYIRU gy puySSyzy | MUY AR y bRV IV NALL > F
Clamp screw HERUALY T Cartridge Radial adjustable screw | get polt for cartridge | Wrench for cartridge
Wrench for cartridge
HENVD N M)
1.8N-m ,;@ ) P W
S B A & & &
DSW-307H A-10SD SDGPRO9CA-PFC RSW-05008 HCS5-10 LW-040

@ ( @ | X—hH—7EEm Standard stock items O : EATEER Soon to be stocked O : EENELIEDRERESE Soon to be deleted




/A)IJEI
2100 P DA Pt a1 Sl Modular head MCM type
TYPE

I9=5 |\}\ﬁ'=\" Through coolant hole mn 49“‘54’\"—‘7) PIEIESEs

w i
JEHID EROHT HEERDIIT

(| AR

Cutting
condition 122~—y

) OmEEbINIHA ®For chamfering
G B@dy @R ACS5FTHIAIgE @Maximum chamfering size: 5mm

R
- | |

Fig.1 MD Fig.3 WD

N

|
AN
%
N
I
|
—
¢ Db

|
-
@ Db

4
R

\/
.
J
X
e
i

Lf
E / ]
/\ ey ::::::Jj g e 8
a
NG
55>
Lt Lf
~ & (mm) Dimensions B & Parts
. = p J57TRL| LYF
E & £ N BHMEERDIE Clajmpscrew Wrench Fi
Cat. No. Stock | No. of Applicable chamfering diameter ®D1 ¢Dc| Lt |¢pDo| MD| W o 9.
T RERD | EEED & S
Top face Reverse face /
MCM-0919-M10 [ 1 $85~ 4196 | ARA] impossivle |20.2| 8 | 30 [18.2/M10| 14 CSW-407 1
MCM-1929-M10 [ J 1 $185~¢296| 421~ $29.630.2| 18 | 30 |18 |M10| 14 wesm Lo A5 i
MCM-2535-M12 | @ | 2 |¢$245~¢356| ¢ 26~ $35.6(36.2| 24 | 35 24 |M12| 17 |3&Nm '3
MCM-3343-M16 | ® | 3 | $325~443 | $33~ 443 |44.2/ 32 | 43 |30 |M16| 26 | " 4
) 1. RIVPICF Y THEIHFHAANTEHD F B e BIESKRDIEE L, Note) 1. All cutters are supplied without inserts.
2. EVaS—Av ROHERMLIT ML RBP.6ZCSRIEEL, 2. Please see page 6 for recommended tightening torque.
501 Pe v Inserts
TYPE
. RO.8
i
O oo L
V| 7 |
Y f}w
Cat. No. Tolerance JC5015 JC5040
IM-SP32GS M [ ()

17 —Z10fADTY, 10 inserts per case.

[ @ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O EENELIEDREFESE Soon to be deleted } @




MOdUIar Heads FULL LINEUP

@ IS A7 E(EYaS—avk) §)

Solid modular head "S-Head" SMSA type

m Features

1. =V v+ O 7—I\[TEE—& ] ICEfFIFRIGEIL A —)L 1. Solid multi-edge end mill that carbide shank can set.

BESIPRAILTEI21S— YLK, 2. For general steel, difficult to cut materials such as
2. — RS ATV UAS. HASES - FIVATDE R SHE heat resistant alloys and titanium alloys.

I TH. 3. Possible to finishing by heel cutting for turhine blade
3. MEHEMERBI: e—UVINMTICEBDy—EYTU—REepE  and die & moldfinishing.

FIFITI) 28 - I ROIEE L EIFINTHEEE 4. 16 to 32mm dia. (corner radius R0.5-R3) / No. of
4. 916~¢32(1—FRO.5~R3)  ESIItHEEHT-687) N

MEASE-F 5 GEFORTERDEVENNTRORMSNA . SEEE- RS ZERIR
Reduced cutting heat generation and achieved H.S.C. and long tool life on difficult to cut materials such
as heat resistant alloys and Ti alloys.

CIEIMICEBNY TILIRI TR

Excellent cutting by positive geometry

fREIICKDERIMERY GssrtirmEth)

.y - Ground high rigid screw (Patent. Pending)
HEDSI T AR . ' '- AR

Original radius shape
o —RZENMATcHME I <L)

SR D DEMOEIT | "H*UI‘I*H!*I'NP

Adopted helical lead gash from
R1 or more.

Radius form accuracy:

Below £0.02mm

BDIRULRELC  High repeatability on )
fit# MEREICENHEREI—T«> 5 [JI\Ua1—0—KJiRA BfIFIEE mounting

Adopted high thermal resistance DV coating oA —)VBEY v o7 —I\[TEE—#l Y FFDSHEIRN
MHAS -FyVSSEOYEBSECHUBNHEEEERT #EEO0.015MMUTOMFIFEEDNRELTESND

Excellent thermal & wear resistance against heat resistance alloys and Ti alloys. .?)*Dbgnbﬁﬁj.p%oo.I()r;“sm#-FRepeatability' Below 0.010mm

ZALERICKD The high efficiency machining)
SEEESNMIHTIEE by multi cutting edge.

EENI-AEMTICEVWTSHEE - SERGL LIFINTHnTEE

High accuracy and efficiency finishing can process in bottom and side cutting.
AL HIC KOS NI Long tool life by internal coolant supply
EAZFALITIRICIY RSIVhREBIDABRMZETS CEICKDRFRZERIR
Long tool life is achieved by coolant through the center in case of using end cutting edges.
UIb<FHEHMHEICENT Excellent chip evacuation
LBOWEINFXvywvaiRks v bywiderend gash pocket

AL—XICEALDEIDLLFHHHTE . SV EY IMIERBFSHMIC KIS E EIFIMTHATEE

Chips can be smoothly evacuated from end cutting edges, and it is possible to work
with simultaneous multi axis, such as ramping.

9))=1[:3:-8 Cutting performance

flEt EFEIEIOmEmES

#H#4 Material: S50C €50 (1049)
)HIZ44 Cutting conditions: Dc=16mm, n=6000[71in", 1£=300m/min, A=2000mm/min, z=0.04mm/t, dp=8mm, de=0.05mm
22 LK Overhung length: =70mm, Z77—-0—, Down Cut by down cut with air blow

(um) 20.0
13:3 - IED 75 Feed direction
v - —t Ra: 0.72um
Zia0 ] ' Rz: 4.64um
—15.0
% 05 10 15 20 25 3.0 35 4.0 (mm)
S [ Wy 5751 Pick direstion
10.0 [
_§:§ WWMNWWW WL Ra: 1 '00“ m
a0 Rz: 5.97um
—15.0
—20.0

0.00 0.5 1.0 15 20 25 3.0 3.5 4.0 (mm)




SIVSA

TYPE

29— RJUFE Through coolanthole

// DIJET

SN WD DA L DA LN 9 Solid modular head "S-Head" SMSA type

Vi AUV 49~54 A~ -3

eSS

Cutting
condition

123~124~-y

- -
o FHEHID BHID(I—FR)

EAEIAIT

lhmas r 2
Helix angle: 45° Lt 2=1x@pDc

B = 25| 1178 | 02 &% (mm) Dimensions

Cat. No. Stock | Grade ilr?gér(g r ¢ Dc Y Lf @ Db MD W
SMSA-8160R05-M8 | @ 8 0.5
SMSA-8160R10-M8 | @ 1 16 16 30 15 M 14
SMSA-6160R20-M8 | @ 6 2
SMSA-6160R30-M8 | @ 3
SMSA-8200R05-M10| @ 0.5
SMSA-8200R10-M10| @ 8 1 20 20 35 19 M10 17
SMSA-8200R20-M10| @ J 2
SMSA-6200R30-M10| @ C 6 3
SMsA-8250R10-M12| @ | 3 o | 1
SMSA-8250R20-M12| @ 1 2 25 25 43 24 M12 22
SMSA-6250R30-M12| @ 5 6 3
SMSA-8300R10-M16 | @ 8 1
SMSA-8300R20-M16| @ 2 30 30 56 29
SMSA-6300R30-M16| @ 6 3 M16 o7
SMSA-8320R10-M16| @ 8 1
SMSA-8320R20-M16| @ 2 32 32 56 30
SMSA-6320R30-M16| @ 6 3

EBEI25 A RO I FIES KOHERT T ML BP.6ZTEIRIEE L,

%

Note) Please see page 6 for tightening procedure and recommended tightening torque.

LS i nfdi= nFc3=¢ Attention to mounting S-Head

(S’\‘y R#F{3F FJLZ Recommended tightening torque for S-Head)

BESEES LOBELEES . fFTF MLoE. BED1/SEBDNEVATHEFF TS,
Please tighten the tightening torque by the power of about usual 1/5 to become uniting carbide head & shank.

D e——

TE ¢ Dcmm) Z TR Wmm) ZINF R % HESER T MUY
Tool dia. Spanner size Spanner wrench Tightening torque
¢16 14 DS-14 10~11N'‘m
¢ 20 17 DS-17 10~16N‘m
¢ 25 22 DS-22 15~20N'‘m
¢ 30 27 DS-27 20~25N'm
¢ 32 27 DS-27 20~25N'm

KANFFEIT2AS—AY RKECEABLTCBDE B A FIEBKDLEE U,
UK TEY2AS— Y REALEDEERIE] (P.6~7) ZTESRIEE L,

S-Head are supplied without spanner wrench.
Prease see page 6—7 about details.

[ ® : X—A—7EEf Standard stock items

O :EBETEEm Soon to be stocked

O EENELIEDREEFESE Soon to be deleted

@




MOd U I arl Heads FULL LINEUP
MSN

|t NG i i 2L R 2o e AON MSN Carbide shank holder

TYPE ’iﬁ@ “ﬁiﬁ
.:. - w - ‘ QD2 =S KR
Figd g @D2: =SUIUE Coolantholedia g2 o Coolniholedia
4] 3 | o n O]
L
TIURZEIV4 D54 D Endmill shank type
¥ = i S s Gl BE(0)| g
Cat. No. Stock @ Ds O L o D1 B MD o D2 Weight
MSN-M6-12-S10C ° 10 12 60 9.7 — 0.06 | 1
MSN-M6-15-S12C ° 12 15 60 | 115 — 0.08 | 1
MSN-M6-30-S10C ° 10 30 80 9.7 — 007 | 1
@ MSN-M6-35T-812C ° 12 35 92 9.5 3 012 | 2
MSN-M6-50-S10C ° 10 50 | 100 9.7 — 009 | 1
@ MSN-M6-57T-S12C ° 12 57 114 9.5 2 M6 3 014 | 2
@ MSN-M6-65T-S16C ° 16 65 | 125 | 112 | 3°30 028 | 2
MSN-M6-80-S10C ° 10 80 | 130 9.7 — 012 | 1
MSN-M6-30-S12C ° 12 30 80 | 11.5 — 0.11 1
MSN-M6-50-S12C ° 12 50 | 100 | 115 — 013 | 1
MSN-M6-80-S12C ° 12 80 | 130 | 115 — 018 | 1
MSN-M8-20-S16C ° 16 20 75 | 155 — 017 | 1
MSN-M8-40-S16C ° 16 40 95 | 155 — 022 | 1
@ MSN-M8-40T-S20C ° 20 40 100 | 145 7 036 | 2
@ mSN-Mm8-77T-s20C ° 20 77 | 143 | 145 | 330 | M8 4 049 | 2
MSN-M8-80-S16C ° 16 80 | 135 | 155 — 032 | 1
MSN-M8-120-S16C ° 16 120 | 175 | 155 — 042 | 1
@ MSN-M8-152-816C ° 16 152 207 | 155 — 0.51 1
MSN-M10-20-S20C ° 20 20 80 | 19.5 — 6 029 | 1
MSN-M10-40-S20C ° 20 40 | 100 | 195 — 039 | 1
MSN-M10-40T-S20C | ® 20 40 | 100 | 185 | 043 | M10 039 | 2
MSN-M10-70-S20C ° 20 70 | 130 | 195 — ) 050 | 1
@ MSN-M10-85T-S25¢ | ® 25 85 161 18.5 g 090 | 2

) EVAT—AY RO#EEFGFMLIIFP.BZETSIRIIEETL).  Note) Please see page 6 for recommended tightening torque.

@ ( @ | X—H—7EEmR Standard stock items O : EATEER Soon to be stocked O : EENBFLIEDRERESE Soon to be deleted




// DIJET

I—3 VNS

o4

Through coolanthole JX SHESEAN A For high productivity »
A~

QD2 U—T KR
Coolant hole dia.

) D2 . Z—5>hJUE Coolant hole dia. .
Fig.1 = ¢ = Fig.2

|
|
|
|
|
\
¢Dsh6
@ DA
.
i
|
|
|
|
|
|
\
¢Dsh6

21 ‘ 21 on i ‘

IVREINY+ T4 T Endmill shank type

B i ~ % (mm) Dimensions 8 (ko) -
Cat. No. Stock ¢ Ds O L ¢ D1 Bn MD o D2 Weight
MSN-M10-90-S20C ° 20 90 | 150 | 19.5 — 060 | 1
MSN-M10-90T-S20C | ® 20 90 | 150 | 185 | 0719 058 | 2
MSN-M10-140-S20C | ® 20 140 | 200 | 19.5 — V10 A 0.80 | 1
MSN-M10-140T-S20C | ® 20 140 | 200 | 185 | 0712 077 | 2
@ MSN-M10-160-S20C | ® 20 160 220 | 195 — 0.87 1
@ MSN-M10-210-S20c | ® 20 210 270 | 195 — 1.07 1
MSN-M12-25-S25C ° 25 25 90 | 24 — 053 | 1
MSN-M12-55-§25C ° 25 55 | 120 | 24 — 072 | 1
@ MSN-M12-100T-S32C | ® 32 100 180 | 235 & 1.61 2
MSN-M12-105-S25C | ® 25 105 | 170 | 24 - M12 6 1.03 | 1
@ MSN-M12-135-S25C | ® 25 135 | 215 | 24 - 1.30 1
MSN-M12-155-S25C | @ 25 155 | 220 | 24 — 1.34 | 1
@ MSN-M12-200-S25¢ | ® 25 200 265 | 24 — 1.58 1
MSN-M16-25-S32C ° 32 25 90 | 29 — 085 | 1
MSN-M16-55-S32C ° 32 55 | 120 | 29 — 113 | 1
@ MSN-M16-77-832C ° 32 77 | 157 | 29 — 147 | 1
@ MSN-M16-97-832C ° 32 97 177 | 29 — 1.64 1
MSN-M16-105-S32C | ® 32 105 | 170 | 29 — 159 | 1
@ MSN-M16-117T-S32C | ® 32 17 | 197 | 29 115’ 188 | 2
@ MSN-M16-127-832C | @ 32 127 | 207 | 29 — 1.89 1
@ MSN-M16-127T-832C | ® 32 127 | 207 | 29 1° . o 223 | 2
MSN-M16-155-S32C | @ 32 155 | 220 | 29 - 204 | 1
@ MSN-M16-177-S32C | © 32 177 | 257 | 29 — 232 | 1
@ MSN-M16-177T-S32C | ® 32 177 | 257 | 29 0°45’ 278 | 2
MSN-M16-195-S32C | ® 32 195 | 260 | 29 — 240 | 1
@ MSN-M16-197T-832C | ® 32 197 | 277 | 29 0°45’ 3.00 | 2
MSN-M16-225-S32C | ® 32 225 | 290 | 29 - 257 | 1
MSN-M16-245-S32C | © 32 245 | 310 | 29 — 274 | 1
MSN-M16-295-S32C | ® 32 205 | 360 | 29 - 317 | 1

) EVAT—AY ROHEERFFFMLIIFP.BZETSIRLIEE L),  Note) Please see page 6 for recommended tightening torque.

[ @ . X—H—7EER Standard stock items O : IEEEEER Soon to be stocked O EENELIEDREFESE Soon to be deleted } @




MOd U I arl Heads FULL LINEUP
MSN

TYPE

=52 RJUTFZE Through coolanthole M S HESENN TR Forhigh productivity

-1 et 2 NE SRS RIS =:P e |7 22t A 2o a0 MSN Carbide shank holder

AE

‘_—_____m — -
g ¢D2: 7—352/RjUE Coolant hole dia.
T B Al St Q
=
| L
AL —K7—=I\TA T straight arhor type
. & (Mm) Dimensi -
. E s ~ % (Mmm) Dimensions B8 (kg)

Cat. No. Stock ¢Ds L MD pD2 Weight
MSN-M6-67S-S9.8C [ 67 0.06

9.8 M6 3
MSN-M6-107S-S9.8C () 107 0.10
MSN-M6-82S-S10C [ 82 0.08

10 M6 3
MSN-M6-122S-S10C o 122 0.12
MSN-M6-80S-S11.8C o 80 0.11

11.8 M6 3
MSN-M6-120S-S11.8C [ ] 120 0.17
MSN-M6-90S-S12C [ 90 0.13

12 M6 3
MSN-M6-1308-S12C () 130 0.19
MSN-M8-978-§15C [ 97 0.21
MSN-M8-147S-S15C () 15 147 M8 4 0.33
@ mSN-M8-1975-S15C ° 197 0.44
MSN-M8-107S-S16C [ 107 0.27

16 M8 4
MSN-M8-157S-S16C [ J 157 0.40
MSN-M10-130S-S18C () 130 0.42
MSN-M10-190S-S18C [ 18 190 M10 4 0.62
@ MSN-M10-240S-S18C o 240 0.89
MSN-M10-130S-S20C [ ) 130 0.53
MSN-M10-190S-S20C () 20 190 M10 4 0.78
MSN-M10-250S-S20C [ J 250 1.02
MSN-M12-185S-S23C () 185 0.98

23 M12 6
MSN-M12-265S-S23C [ 265 1.42
MSN-M12-145S-S25C ([ 145 0.91
MSN-M12-215S-825C () 25 215 M12 6 1.36
MSN-M12-285S-S25C [ J 285 1.80
MSN-M16-160S-S28C o 160 1.22
MSN-M16-230S-S28C () 28 230 M16 8 1.77
MSN-M16-310S-S28C [ 310 2.41
MSN-M16-157S-S32C o 157 1.61
MSN-M16-217S-832C () 217 2.22

32 M16 8
MSN-M16-287S-S32C () 287 2.94
MSN-M16-357S-S32C [ J 357 3.66

&) EVAS—AY ROHRRHM T ML IEP.6ZTERIEEL,

Note) Please see page 6 for recommended tightening torque.

@

@ | X—A—7EEER Standard stock items

O : FEBAEEER Soon to be stocked

O EEHELIEDREEFESE Soon to be deleted




A&
D

8@ G-Body (EV15—AYRARF—ILY vV IT7—I\)

TYPE 9—52 N7YFZE Through coolant hole

O=RAIENDOMAEICENDG-Body @¥3—h517T

OREUREHEVINITWRIMN I DE)D < idr C [ KDIRIERIRICIE.
JAZANNT =RV RICHEBNEBEEG-Body (RF =LY v 0) B#RWNELE T,

// DIJET

MGN G-Body steel shank holder

*Adopted ultra-rigid and improved body durability "G-Body". eShort type

eCost-effective and high strength steel shank holder.

g ¢D2: U—>>/ KR Coolant hole dia.

i
‘¢7DS hé

21 |
L
IVREWD v I AT Endmill shank type

B E o ~ & (mm) Dimensions 8 (kg)

Cat. No. Stock @ Ds 01 L @ DA B MD o D2 Weight
MGN-M8-17-S16 ([ J 16 17 97 155 — M8 4 0.13
MGN-M10-30-S20 ( 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 ([ J 25 35 105 24 — M12 4 0.36
MGN-M12-85-S25 (@) 25 85 165 24 — M12 4 0.57
MGN-M16-37-S32 ([ J 32 37 107 29 — M16 6 0.56
MGN-M16-77-832 ©) 32 77 157 29 — M16 6 0.83

3) 1. £V 25—~y REEEG-BodyHEHBIDIIBISAE. P.56~ 1 24DIREHIRHRZZ DR FEALEE L,
2. BV 25—y ROHERMT MLIIEP.6%Z CERIEEL,

Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 56—124).
2. Please see page 6 for recommended tightening torque.

@ | X—H—7EER Standard stock items O :EBFEEm Soon to be stocked

O EENELIEDREFESE Soon to be deleted
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MOdUIar Heads FULL LINEUP
| (L E G A= MSA Arbor integrated carbide shank
TBEl—{# BEY v o—FR) rbor integrated carbide shan

9—5 NIUFE Through coolanthole M ESREZENN A For high productivity . ;1 @ %’

L

R(iBREv>D) 21
(Carbide shank)

£T BT Mo,

BT &v>/9 %4 7 BT shank type

& TFE ~F & (mm) Dimensions &8 (kg)

G, 13, Stock | 2 aman) |  £1 L ®D1 | MD | ¢D2 | BT No.| Weight
MSA-M8-105-25-BT40 B2 25 80 | 105 15 M8 30 | BT40 | 1.4
MSA-M8-130-50-BT40 50 80 | 130 15 M8 30 | BT40 | 1.4
MSA-M8-155-75-BT40 75 80 | 155 15 M8 30 | BT40 | 15
MSA-M8-165-85-BT40 85 80 | 165 15 M8 30 | BT40 | 15

25 100 125 19 M10 36 BT40 1.8
50 100 150 19 M10 36 BT40 1.9
75 100 175 19 M10 36 BT40 2.0
100 100 200 19 M10 36 BT40 2.0
25 100 125 24 M12 43 BT40 2.0
50 100 150 24 M12 43 BT40 2.1
75 100 175 24 M12 43 BT40 2.3
100 100 200 24 M12 43 BT40 2.4

MSA-M10-125-25-BT40
MSA-M10-150-50-BT40
MSA-M10-175-75-BT40
MSA-M10-200-100-BT40
MSA-M12-125-25-BT40
MSA-M12-150-50-BT40
MSA-M12-175-75-BT40
MSA-M12-200-100-BT40

MSA-M8-120-25-BT50 25 95 120 15 M8 30 BT50 4.0
MSA-M8-145-50-BT50 50 95 145 15 M8 30 BT50 4.0
MSA-M8-170-75-BT50 75 95 170 15 M8 30 BT50 4.1
MSA-M8-180-85-BT50 85 95 180 15 M8 30 BT50 4.1

25 115 140 19 M10 36 BT50 4.3
50 115 165 19 M10 36 BT50 4.4
75 115 190 19 M10 36 BT50 4.5
100 115 215 19 M10 36 BT50 4.5
25 115 140 24 M12 43 BT50 4.6
50 115 165 24 M12 43 BT50 4.7
75 115 190 24 M12 43 BT50 4.9
100 115 215 24 M12 43 BT50 5.0
125 115 240 24 M12 43 BT50 5.2
25 115 140 29 M16 52 BT50 54
50 115 165 29 M16 52 BT50 5.6
75 115 190 29 M16 52 BT50 5.8
100 115 215 29 M16 52 BT50 6.0

MSA-M10-140-25-BT50
MSA-M10-165-50-BT50
MSA-M10-190-75-BT50
MSA-M10-215-100-BT50
MSA-M12-140-25-BT50
MSA-M12-165-50-BT50
MSA-M12-190-75-BT50
MSA-M12-215-100-BT50
MSA-M12-240-125-BT50
MSA-M16-140-25-BT50
MSA-M16-165-50-BT50
MSA-M16-190-75-BT50
MSA-M16-215-100-BT50

MSA-M16-240-125-BT50 * 125 115 240 29 M16 52 BT50 6.2
F) LEYVaAS—AvREEE—FEHFEDEROUIEIREF.P.56~124 DIFLELHEI Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
KURZEZDIFEALLEE L, cutting conditions sheet (see page 56—124).
2EI2S— Y ROEERF T ML IIFP.EZETBRIIEE. 2. Please see page 5 for recommended tightening torque.

3. TIWVAF Y RRIHBLTEDFEE A 3. MSA arbor is supplied without pull studs.
@ [ @ A—H—7EEM Standard stockitems O ITHTEEERR Soonto be stocked O TEEENKLKIKDIREEFEE Soonto be deleted 3% SZFHEEERR  Made to order




// DIJET

=52 NJYFZE Through coolanthole M S HESENNIA For high productivity
L

R(EBRE> /D)
(Carbide shank) 5

1| et 7 M2 R )M MSA Arbor integrated carbide shank
TYPE

¢D1

21

. — —

iy
mo)

HSK &+ 954 7 HSK shank type

O—Z>h5 U Coolant duct

AE— %

& FE ~F & (mm) Dimensions &8 (ko)
bl s Stock | 2 gamam)| 21 L ®D1 | MD | ¢D2 HSKNo| Weight
MSA-M8-105-25-A63 % 25 80 | 105 15 M8 30 A63 1.3
MSA-M8-130-50-A63 % 50 80 | 130 15 M8 30 A63 1.3
MSA-M8-155-75-A63 % 75 80 | 155 15 M8 30 AB3 1.4
MSA-M8-165-85-A63 % 85 80 | 165 15 M8 30 A63 1.4
MSA-M10-125-25-A63 % 25 | 100 | 125 19 M10 | 36 A63 1.6
MSA-M10-150-50-A63 % 50 | 100 | 150 19 M10 | 36 A63 1.7
MSA-M10-175-75-A63 % 75 | 100 | 175 19 M10 | 36 A63 1.8
MSA-M10-200-100-A63 % | 100 | 100 | 200 19 M10 | 36 A63 1.8
MSA-M12-125-25-A63 % 25 | 100 | 125 24 | M12 | 43 A63 1.9
MSA-M12-150-50-A63 % 50 | 100 | 150 24 | M12 | 43 A63 2.0
MSA-M12-175-75-A63 % 75 | 100 | 175 24 | M12 | 43 AB3 2.2
MSA-M12-200-100-A63 % | 100 | 100 | 200 24 | M12 | 43 A63 2.3
MSA-M8-120-25-A100 3 25 95 | 120 15 M8 30 | A100 | 2.6
MSA-M8-145-50-A100 % 50 95 | 145 15 M8 30 | A100 | 2.6
MSA-M8-170-75-A100 % 75 95 | 170 15 M8 30 | A100 | 27
MSA-M8-180-85-A100 % 85 95 | 180 15 M8 30 | A100 | 27
MSA-M10-140-25-A100 % 25 | 115 | 140 19 M10 | 36 | A100 | 3.1
MSA-M10-165-50-A100 % 50 | 115 | 165 19 M10 | 36 | A100 | 3.2
MSA-M10-190-75-A100 3% 75 | 115 | 190 19 M10 | 36 | A100 | 3.3
MSA-M10-215-100-A100 % | 100 | 115 | 215 19 M10 | 36 | A100 | 3.3
MSA-M12-140-25-A100 3% 25 | 115 | 140 24 | M12 | 43 | A100 | 34
MSA-M12-165-50-A100 % 50 | 115 | 165 24 | M12 | 43 | A100 | 35
MSA-M12-190-75-A100 % 75 | 115 | 190 24 | M12 | 43 | A100 | 37
MSA-M12-215-100-A100 % | 100 | 115 | 215 24 | M12 | 43 | A100 | 3.8
MSA-M12-240-125-A100 % | 125 | 115 | 240 24 | M12 | 43 | A100 | 4.0
MSA-M16-140-25-A100 % 25 | 115 | 140 29 M16 | 52 | A100 | 4.1
MSA-M16-165-50-A100 3% 50 | 115 | 165 29 M16 | 52 | A100 | 4.3
MSA-M16-190-75-A100 % 75 | 115 | 190 29 M16 | 52 | A100 | 4.5
MSA-M16-215-100-A100 % | 100 | 115 | 215 29 M16 | 52 | A100 | 4.7
MSA-M16-240-125-A100 % | 125 | 115 | 240 29 M16 | 52 | A100 | 4.9

F) 1EV15 -y RERE—FEFSDOEROLIEIRMAE. P.56~124 DIREYH|

RURZZOFFHEALLZE,

2E IS5 -y ROMEFHMITF ML IIFP.SZTBRIEE L,

Note) 1. In case of using modular head combined with MSA arbor, apply the recommended

cutting conditions sheet (see page 56—124).
2. Please see page 5 for recommended tightening torque.

@ X—H—7EEM Standard stockitems O ITHTEEERR Soonto bestocked O FEEENKLKIKDIREEFEE Soonto be deleted 3% SEFHEEERR  Made to order

@




MOdUIar Heads FULL LINEUP

)| |mm=={,] M Cutting data for "Modular head"

1. VUyRiR—ILIZV RZ L SDTAIE Replacement from solid carbide ball nose endmill to Indexable tool.

#ER Result

BTGV Y FR—IVI L RIIERDECAEEN)IT—7
T ZEREBREANBOTE~P L EFETIARTOVY %<
ITE MNIREREAE LK /2 V=T AL —DHR
TEI LT EAAAD M ZTIVHEEE LT,

We proposed High Feed Mirror Radius instead of the present
competitor G solid carbide ball nose endmill. HRM can be
processed from roughing to semi-finishing on hardened steel
without chattering, and machining efficiency has been greatly
improved. Moreover, chip jam problem are solved by the effect
of coolant through supply the tool.

s 2 Part name| #4AX &% Die casting mold
)1 -
TS| wHw Material | &% T 848 (DH21:shinse) Hardencd desteel
M = (1. )
(i ay Hardness | 48HRC
A~ K Head: MRN-120-M6-H
fi2 _ | B Tool No. (7—=35> FAf+E Through coolant hole)
§'§§ 7—/% Holder: MSN-M6-50-512C
=
= | FuTkE.sE SN | Ry 120-R20(JC8015)
Grade
EEERE IELEE  n, (Vo) 4,000min-t, (150m/min)

@ EDREGEDE VA, (F) 4,000mm/min, (1mm/rev)

il
7JI[I-§ &8p(mm) 0.25mm

(o]

o
ﬁg’ 8e(mm) 5mm

£

Ol v—Uk Coolant EX (7—F> FZJL—) Wet cut (coolant through)

{EE FREE Machine | 3fSMC Vertical MC

2. V=SV PMHEEIT 25— ANV R NDYIbEZX

Replacement to coolant through modular head.

R Result

RES0mMmOAS Y MITICT RTARE 7 — 52 MK LA
v RCRGI KT D HEE TRRIBLED, T— T2 N EAY K
(SRR DR DTSR E L7 28R T &
F 7 IR E A RTRE,

In case of 50mm deep pocket milling, the present competitor A
head without coolant hole smashed the tool because of chips
could not evacuate from the pocket, but replacement to MRN
head with coolant hole improved to high feed machining in
deep pocket milling. After 2 hours, insert was still able to use.

W | B Partname [ 7*Z2F v 7&E Injection mold
:I:§ WHEI Material | &£ T B4 (PX5) P20 Mold steel
F3ay Hardness | 28-32HRC
v K Head: MRN-120-M6-H
%6 & Tool No. ] (7_—5‘/ h7of$# Through coolant hole)
T 77—/ Holder: MSN-M6-90S-S12C
2 ruopEmE Zsert NO- | HRM-120-R20(JC8015)
EERE RERE  n, (Vc) 3,000min, (113m/min)
o | ZDREGXDE Vi, (f) 1,500mm/min, (0.5mm/rev)
S
I'Iu% dp(mm) 0.5mm
ﬁé &e(mm) 4mm
g I9—352h Coolant AEBT7 70— Internal air blow
{sE AR Machine | 3Zf4MC Vertical MC




BIEDFLIRAY— £I215—~\v R REVHIRG

Recommended cutting conditions for MSH and MSN
EIa15—"Y EMSH + BE—#(EJ 15—~y REF—IVEBEY v 07—I\)

// DIJET

T B (mm) Tool dia.
” FvT 16 /17 20/21/22 20/21/22 25/26/28

REUH |
Work materials Grades X# No. of teeth 2N X# No. of teeth 2N X# No. of teeth 3N X# No. of teeth 2N

2 ap n %i 2 ap n %i 2 ap n %i 2 ap n %i
(mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min?) |(mm/min)] (mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min7) |(mm/min)

i 70 | 0.4 |3,580(6,440| 70 | 0.6 2,850/5700| 70 | 0.5 |2,850|7,700| 90 | 0.7 |2,3005,500
(850G, $55C) | 55040
@%*EWHBW‘ JC8050 | 120 | 0.3 |3,80 /5,090 120 | 0.5 |2,600(5,200| 120 | 0.4 |2,600 7,000| 140 | 0.5 |2,300]5,100

arbon steel (JC730U)

50, C55 !

Bglome)B 160 | 0.2 2,980 4,760| 190 | 0.3 |2,400/4,800| 190 | 0.3 |2,400/6,500| 210 | 0.3 |1,9003,800
TUN—R 4 70 | 0.4 |3180(5720| 70 | 0.5 |2,850|5700| 70 | 0.5 |2,850|7,700| 90 | 0.7 |2,3005,500
(HPM?7, PX5,NAK80, P20)

Eﬁ?&‘;ﬁ;ﬂm Jc5118 | 120 | 0.3 |3,180/5,090| 120 | 0.4 |2,600|5,200| 120 | 0.4 |2,600|7,000| 140 | 0.5 |2,300]5,100
(1.2311, P20)

30-43HRC 160 | 0.2 |2,980/4,760| 190 | 0.3 |2,400/4,800| 190 | 0.3 |2,400|6,500| 210 | 0.3 |1,9003,800

TEH 70 | 0.4 |3180|5720| 70| 05 |2,850(5700| 70 | 0.5 |2,850|7700| 90 | 0.7 12,300|5,500
(SKD61, SKD11)

E255HBLIT | JC5040 | 400 | 3 13180 (5,000| 120 | 0.4 |2,600 5200 120 | 0.4 12,600 7,000| 140 | 0.5 2,300 5100

Die steel JC8050
(1.2344,1.2379)

Below 2558 160 | 0.2 12,980/4,760| 190 | 0.3 |2,400 4,800| 190 | 0.3 |2,400|6,500| 210 | 0.3 |1,900|3,800
2FYLRE 70 | 0.3 |3180(5720| 70 | 0.5 |2,500/5,000| 70 | 0.5 |2,500|6,800| 90 | 0.7 |2,000| 4,400

(8US304) | iy
BES250HBIUT | oo | 120 | 0.3 2,980 4760( 120 | 04 2,400 /4,800| 120 | 0.4 |2,400(6,500| 140 | 0.5 |2,000 4,000
Stainless steel
Below 250HB 160 | 0.2 |2,980/4,760| 190 | 0.3 |2,400/4,800| 190 | 0.3 |2,400/6,500| 210 | 0.3 |1,900 3,800

BEANSE 70 | 0.2 |2,380(2,610| 70 | 0.4 |1,300/1,600| 70 | 0.3 |1,300|2,300| 90 | 0.6 |1,100 1,500
(SKD61, DAC, DHA)

BE4050HRC | o118 | 120 | 0.2 2,380 /2,380( 120 | 0.3 |1,200/1,400| 120 | 03 1,200 2,000| 140 | 0.4 1,000|1400
Hardened die steel
(1.2344,1.2379)

A0-50HRE 60| - | - | - 190 - | - | =190 - | - | - |20| - | - | -

% % 70 | 0.5 |2,980(6,550| 70 | 0.6 |2,400/5,800| 70 | 0.6 |2,400|8,000] 90 | 1 |1,900 4,500

(FC,FOD) | josirg

* AY
gﬁdOOHBuT JC8015 | 120 | 0.4 |2,980(5,960| 120 | 0.5 |2,400/5,300| 120 | 0.5 |2.400|7,200| 140 | 0.8 |1,900 4,300
rey & Nodular castiron (JC600)

(GG, GGG)

Below 300HB 160 | 0.3 |2,500/5,000| 190 | 0.4 |2,0004,800| 190 | 0.4 |2,000|6,000| 210 | 0.5 |1,600/3,800

R IDRINEHEUES, ap: YHAARE, n: TEEERE, Vi RX)ERE
2 : Overhung length, ap: Depth of cut, N : Spindle speed, Vf: Feed speed

BEALOFEEIR

1) LEEOUHIZ A RIS L O — VRIMEICIC U THREEC &0,
(EERIFBT50AE > RILICT BT40RE > RILTId ¢ 33U T COTHEMEHENAELET )
) VU N RELBEIE THAARS & LEHEL)HERLTLEIV HEVEEREEZ T TERL LIV,
722U T HHE) DRV ERBEZEVTLEEL,
) B AREDNIZ AL ETTRAARI LR LTLAEIV RICNB LU VIE T THERCEZ W,
4) T7—7O—(CEIE) K TREEMEBE T o T IV MAFIC AIFMCT DX v ET A IIT TN K FRIBITTEEL2E 0,
5) 7 — 7 DEIH50-55HRCDIG A 1E . _LECIHEIZGEDap, N, ViE30% T TEAL &0, (BANRIMINBE)
6) ST TIEIDZ & CIE . F v T HIEIC8050 5 HEE L %7,

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 p or Spindle speed and Feed speed.
4) Use air blow.

5)In case of 50-55HRC, recommend to reduce 30% above dp, 1, Vi. (In the case of hardened die steel)

6) In case of unfavorable conditions, insert grade JC8050 is recommended.

e
0. RHLEX

‘ £: Overhung length
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BEDYLIRI— EI1S5—AYR EEEIRG

TYPE Recommended cutting conditions for MSH and MSN

EY15—AYEMSHE + BE—B(EY15—~v RAZT—ILBEY v~ I 7—I\)

TE®Z (mm) Tool dia.
w5 Wl #4 FvJ 25/26/28 30 30 32/33/35
. g
Work materials Grades X#L No. of teeth 3N XL No. of teeth 2N XL No. of teeth 3N XL No. of teeth 2N
2 ap n % 2 ap n % 2 ap n Vi 2 ap n Vi
(mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min?) |(mm/min)] (mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min7) |(mm/min)
R 8 90 | 0.6 |2,300(6,900| 100 | 0.7 (1,900 4,600 100 | 0.6 |2,000|6,000| 100 | 0.8 |1,800|4,600
(850G, $55C) | jc5040
@%*250“&”‘ JC8050 | 140 | 0.5 |2,300/6,900| 150 | 0.5 |1,900|4,300| 150 | 0.5 |1,900|5,700| 150 | 0.6 |1,800 4,300
arbon steel (JC730U)
50, C55
BEHOW%OJB 210 | 0.3 [1,900|5,700| 210 | 0.3 |1,600|3,900| 210 | 0.3 |1,600|4,800| 210 | 0.4 |1,500 3,900
TUN—R 90 | 0.6 [2,300(6,900| 100 | 0.7 (1,900 4,600 100 | 0.6 |2,000/6,000| 100 | 0.8 |1,800|4,600
(HPM7, PX5,NAK80, P20)
@ﬁ?ﬁe‘;‘lm Jes118 | 140 | 0.5 12,300/6,900| 150 | 0.5 |1,900|4,300| 150 | 0.5 |1,900(5,700| 150 | 0.6 |1,800 |4,300
(1.2311, P20)
30-43HRC 210 | 0.3 |1,900(5,700( 210 | 0.3 |1,6003,900| 210 | 0.3 |1,600|4,800| 210 | 0.4 {1,500 |3,900
TEH 90 | 0.6 |2,300|6,900| 100 | 0.7 (1,900 4,600 100 | 0.6 |2,000|6,000| 100 | 0.8 |1,800|4,600
(SKD61, SKD11)
E255HBLIT | J05040 | 4,0 | 5 |2300/6,900| 150 | 0.5 |1,900 4,300| 150 | 0.5 |1,9005700| 150 | 0.6 |1,800|4,300
Die steel JC8050
(1.2344,1.2379)
Below 255HB 210 | 0.3 |1,900(5,700( 210 | 0.3 |1,6003,900| 210 | 0.3 |1,600|4,800| 210 | 0.4 {1,500 3,900
257 LA 90 | 0.6 |2,000(6,000| 100 | 0.7 [1,700|3,800( 100 | 0.6 |1,8005,400| 100 | 0.8 |1,600 3,800
(SUS304) 105118
fES250HBLLTF 168050 140 | 0.5 |2,000(6,000( 150 | 0.5 |1,7003,500| 150 | 0.5 |1,700|5,100| 150 | 0.6 {1,600 |3,500
Stainless steel
Below 250HB 210 | 0.3 |1,900/5,700| 210 | 0.3 |1,600|3,000| 210 | 0.3 |1,600(4,800| 210 | 0.4 [1,500 3,000
AN 90 | 0.5 |1,100{2,000( 100 | 0.6 850 (1,600 100 | 0.5 850 (1,550 100 | 0.8 800 [1,600
(SKD61, DAC, DHA) »
B4060HRC | 05718 | 140 | 0.3 1,000(1,800| 150 | 0.4 | 750 1,400| 160 04 | 750|1350| 150 | 0.6 | 700 1400
Hardened die steel
1.2344,1.2379
(40-56HRC) 210 | - | - | - | 210 | 02 | 650|1,200| 210 | 0.2 | 650 |1,200| 210 | 0.3 | 600 1,200
B X 90 | 0.8 [1,900(6,900( 100 | 1 1,600 (4,200 100 | 0.8 [1,600|5,800( 100 | 1.2 [1,500 |4,200
(FC, FCD) JC5118
* AY
EEL”OHB”T JC8015 | 140 | 0.6 |1,900/6,300| 150 | 0.8 |1,600|3,900| 150 | 0.6 |1,600|5,300| 150 | 1 |1,500 3,900
rey & Nodular castiron 1C600
(66,666) | W/C600)
Below 300HB 210 | 0.5 |1,600|5,300| 210 | 0.5 |1,350 13,000{ 210 | 0.5 |1,350 |4,500| 210 | 0.6 |1,250 |3,000
R IRINBEHULES, ap: YHAHKES, n: TEREERE, Vi E)EE 2 : Overhung length, ap: Depth of cut, N : Spindle speed, Vi: Feed speed
kv st sl == Application for choice of inserts
D] JUN—RUSE[TUN—Rm] TEM RTHES HoIAVER | ATVUAE | BANGE
(S50C, S55C) (HPM7, PX5,KPM30)[ (NAK8O,HPM1) | (SKD61,SKD11) (FC250, FC300) (FCD500, FCD700) | (SUS304) | (SKD61,DAC, DHA)
% Hl #4 FEC260HBIAT | #8c30-36HRC | i#x38-43HRC | fE255HBIMT | &300HBLL T  [#Ec300HBLLT | BEE250HBLLT |40 50HRCIA T
Work materials Carbon steel Mold steel Mold steel Die steel Grey castiron Nodular cast iron Stainless steel Hardened die steel
(50, C55) (1.2311, P20) (1.2311, P20) (1.2344,1.2379) (GG25,GG30) (GGG50, GGG70) Below 250HB (1.2344,1.2379)
Below 250HB 30-36HRC 38-43HRC Below 255HB Below 300HB Below 300HB 40-50HRC
m JC5040|JC8050JC730U) JC5118 | JCB050| JC5118|JCB015(JC5040JC8050)JC5118|JCBO15 | JC6OO | JC5118|JCBO15|JC8050(JC5118(JC5118 |JCBO15
WOMWO04T215ZER © | O o e|loe ] o]e|]o]e]o ©  O| @] O] © | O
WOMT04T215ZER * | % | x| » | % | % * | * [« o x| % | @ x | x
WDM(H)W050316ZTR | © | O ol e|lo]ole o] e]oO e | O ® | O
WDMWO50316ZER o o o e | o © ® O | o
WDMT050316ZER x % | % | x| x| % * | %« |« O] % | % | @ x | x
WDM(H)W06T320ZTR| © | O ol e|lo]o|le o] e]oO ® | O ® | O
WDMWO6T320ZER ° o o e | o o ® O | o
WDMTO6T320ZER x| x| % | x| x| % * | * [« o] x| %« | @ x | x
WDM(H)W080520ZTR| © | O cle|lololelo|e]O ® | O ® | O
WDMWO080520ZER [ o o e | o o ® O | o
WDMT080520ZER w x| x| x| x| % * | %« |« O] % | % | @ x | x

*WD (O) MWH,,/WDHWHZ: JL—#% L without chipbreaker
@ ©: 5—HEE First choice, Good condition  O: —#% ]Il Moderate condition @: ARZZELH Unfavorable condition ¢ : EETETHIHI Light cutting X @ AREE No good

*WD (O)MTH: FL—A1ft& with chipbreaker
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BEEDILIRAT— EIa15—AY R EEHEIRE
TYPE Recommended cutting conditions for MSH and MSN

EIa15—"\Y EMSHH + BE—#(EJa15—~\y REF—IVEBEY v 07—I\)

TE#& (mm) Tool dia.

¥l A FvJ 32 32/33/35 40

Work materials (ZEEd FE No. of teeth 4N FE No. of teeth 3N F# No. of teeth BN

Grades
2 ap n Vi 2 ap n Vi 2 ap n Vi
(mm) | (mm) | (min?) |((mm/min)| (mm) | (mm) | (min?) |(mm/min){ (mm) | (mm) | (min7) |(mm/min)

R 8 100 | 0.6 |1,900|7,600( 100 | 0.7 (1,800 |6,000| 100 | 0.6 |1,500|7500
(850G, $55C) | jc5040

BEE250HBLEIN 5050 150 | 0.5 |1,800|7,200| 150 | 0.5 |1,800|5,400| 150 | 0.5 |1,400 |7,000
Carbon steel (JC730U)

50, C55
BEHOW%OJB 210 | 0.3 1,500 6,000| 210 | 0.3 |1,500 |4,500| 210 | 0.3 |1,200 6,000
TUN—R R 100 | 0.6 |1,900|7,600| 100 | 0.7 |1,800 |6,000| 100 | 0.6 |1,500 | 7,500
(HPM7, PX5,NAK80, P20)
@ﬁ?&ﬁ;‘ﬁc Je5118 | 150 | 0.5 |1,800 |7,200| 150 | 0.5 |1,800 |5,400| 150 | 0.5 |1,400 | 7,000
(1.2311, P20)
50-43HRC 210 | 0.3 |1,500 |6,000| 210 | 0.3 |1,500 |4,500| 210 | 0.3 |1,200 6,000
TER 100 | 0.6 |1,900|7,600| 100 | 0.7 |1,800 |6,000| 100 | 0.6 |1,500 7,500

(SKD61, SKD11)
E&255HBLLT | JC5040

Die steel JC8050 150 | 05
(1.2344,1.2379)

1,800 | 7,200( 150 | 0.5 |1,800|5,400| 150 | 0.5 |1,400 7,000

Below 255HB 210 | 0.3 |1,500|6,000| 210 | 0.3 |1,500|4,500| 210 | 0.3 |1,200 |6,000
25FYLASH 100 | 0.6 |1,700|6,800| 100 | 0.7 |1,600|5,200| 100 | 0.6 |1,350 |6,800
(SUS304) e

EE250HBLIT | g0so | 150 | 0.5 | 1,600 6,400| 150 | 0.5 1,600 |4,800| 150 | 0.5 |1,300 6,500
Stainless steel

Below 250HB 210 | 0.3 |1,500|6,000| 210 | 0.3 |1,500|4,500| 210 | 0.3 |1,200 |6,000
AN 100 | 0.5 | 800|1,900| 100 | 0.6 | 800(2,200| 100 | 0.5 | 640 1,900

(SKD61, DAC, DHA)

B4050HRC | Y | 150 | 0.4 | 700|1700| 150 | 04 | 700 1900 150 | 0.4 | 5601700

(1.2344,1.2379)

A 210 | 02 | 600 1,500| 210 | 0.2 | 600 |1,500| 210 | 0.2 | 480 1,450
(ﬁ Ffﬁ) 100 | 0.8 11500 7.200| 100 | 1 |1,500|5.200| 100 | 0.8 |1.200|7.200
’ N JC5118
ﬁﬁgﬁﬁr%; Jc8015 | 150 | 0.6 |1,500 |6.600| 150 | 0.8 |1,500|5,000| 150 | 0.6 |1,200 6,600
(GG, 666) | W/C600)
R 210 | 05 |1.250 5,500| 210 | 0.5 1,250 |4,000| 210 | 0.5 |1,000 5,500

R IRINBHLRD, ap: YHAAKRESE, n: TEOERE, Vi: &EWRE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEREE
1) LEEOUHIZ A RIS L O — VRIMEICIC U THREEC &0,
(EERIFBT50AE > RILICT BT40RE > RILTId ¢ 33U T COTHEMEHENAELET )
) VU N RELBEIE THAARS & LEHEL)HERLTLEIV HEVEEREEZ T TERL LIV,
722U T HHE) DRV ERBEZEVTLEEL,
) B AREDIZ AL ETTRAARI LR LTLAEIV RICNB LU VIE T THERCEZ L,
4) T7—7O—(C L) K TREEMEBE T o T IV MAFIC AIMCT DX v ET A IIT TN K FRIBISTEEL2E 0,
5) 7 — 7 DREIH50-55HRCDIG A 1E . _LECEIHEIZGEDap, N, ViE30% T TEAL &0, (BANRIMINEE)
6) SERTETIEIDZ & CIE . F v T HIEIJCB050 5 HEE L %7,

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.

5)In case of 50-55HRC, recommend to reduce 30% above dp, 1, V1. (In the case of hardened die steel)

6) In case of unfavorable conditions, insert grade JC8050 is recommended.

‘ £: Overhung length

T
PO
0. RHLEX



MOdUIar Heads FULL LINEUP

winls VN SR domERy 84y vzt Definition of corner shape for programming
TYPE

~ Corner radius for programming P
| s
3|3 2 R1.5 0.29]0
2z O4Hz Type R? 0.1910.04 1527108 |08
K€ 5 R2 0.350
© = 2 R2.5 0.4410
- 067 Type R3 034101 20 4515 |15
R3 0.63/0
W O8H#z Type R3.5 0.54/0.14/ 2.0 | 6.0 2.0 | 2.0
R4 0.45]0.32
winwh 2|V mu:=TnFc3=E-3(- Attention for profile milling
TYPE
SEYZ NI Ramping AYUAIVINT Helical interpolation @V—/)L/ADEHTE
¢ Dn Galculation of tool pass dia.
/ ¢dc = ¢Dh—@Dc
W—)UIKRE UNES TE®
Tool pass dia. Bore dia. Tool dia.
Sl ﬁ \ O—ELDDYIAHRE HBAIAH
o E% B ‘ 7\ REApEEMZIEVKLSICLTLREEL,
ﬁﬁE § Depth of cut per one circuit should not exceed
H

max. depth of cut ap.

QY —)U/I\RDEEAMIEFY IV Y
ICIEB K SREFEEDICLTLEE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

AN

OS5V ANUAIVINTEHIEDREZIRELHISKAFRDT0%ETT  @ln case of ramping and helical interpolation, apply 70% or less

MIULTLEE L, feed speed from standard cutting condition table.
O RUU VI INTESE. #hAEhXDRE ZIZELHIKMERDE0%IUTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEELN, standard cutting condition table.
O RUYUVIITEICIE EHELURVLID L FHRUEIZIHEEHSHDE  ®Long consecutive chips may come out in case of drilling, con-
FTOT.R2ICETFERUTLESLY, firm the safe condition sufficiently.
- . SVEVIMI ANUBD)VNGIF T
- Eﬁjﬁg\g?ﬂﬁl Hié%_;ﬂ%j} ~ :ampln? = Helical interpolation E‘ik ,I; _,g Y%,
J;Zt. N? T((’%'rﬂ')a R %agc;tﬁ(% ﬂﬁ§%§$§§ Iffrﬁ)m) A R Max.?il?n.gzdepth
ia. of cut Max, ramping _ Min. pore dia. | Max. bore dia. (mm)
(mm) (mm) Al €° Total cutting length at Max. dp [ Dh min (mm) | Dh max (mm)
MSH-2016 16 10.5 0.8 2° 30" 20.6 25 29 0.3
MSH-2017 17 11.5 0.8 2 257 27 31 0.3
MSH-2020 | 20 127 1.2 3 22.9 30 37 0.5
MSH-3020 20 14.5 0.8 3 22.9 30 37 0.3
MSH-2021 21 13.7 1.2 2° 30" 275 32 39 0.5
MSH-3021 21 15.5 0.8 2° 30' 27.5 32 39 0.3
MSH-2022 22 147 1.2 2 344 34 | 0.5
MSH-3022 | 22 16.5 0.8 2 34.4 34 4 0.3
MSH-2025 25 15.9 1.5 4 21.5 33 46 1
MSH-3025 25 17.7 1.2 2 344 40 47 0.5
MSH-2026 26 16.9 15 3" 30’ 24.5 35 48 1
MSH-3026 26 18.7 1.2 1° 54' 36.2 42 49 0.5
MSH-2028 | 28 18.9 1.5 3 28.6 39 52 1
MSH-3028 28 20.7 1.2 1" 42' 40.4 46 53] 0.5
MSH-2030 | 30 20.9 1.5 2" 30" 344 43 56 1
MSH-3030 | 30 227 1.2 1" 30’ 45.8 50 57 0.5
MSH-2032 32 20 2 4 28.6 | 60 1.5
MSH-3032 32 22.8 1.5 2° 15" 38.1 47 60 1
MSH-4032 32 24.7 1.2 1" 18' 52.9 54 61 0.5
MSH-2033 33 21 2 3° 30" 327 43 62 1.5
MSH-3033 | 33 23.8 1.5 2" 6 40.9 49 62 1
MSH-2035 35 23 2 3 38.2 47 66 1.5
MSH-3035 35 25.8 1.5 2 43 53 66 1
’ 68.7 70 77 0.5

@ MSH-5040 | 40 32.7 1.2 1



// DIJET

winls VNS Al)m T 4y =t # Definition of corner shape for programming

.y (mm)
— BLAHE

Over Cut JOY5L 0—FR  [BLRAKE |HIVYELE

Corner radius for programming Over Cut Remains

SJO55 4 I—FR %/ R1.0 0 0.57

Corner radius for programming P — (% R1.5 (EZF) 0 0.45

/ o R2.0 0.04 0.33

BlUBLE I =
Remains | T R2.5 0.21 0.21
_ W=2.9
/‘/‘ R3.0 040 | 0.09

MQX EPMT/WHZ A5E3HRF v TICHIFID7O0T 7 IVIITROFEHIA

TYPE Attention for profile milling with EPMT/W-type inserts

SVEYINI Ramping AU AIVAIT Helical interpolation ©— /L) (ADEHTTE
@ Dn Calculation of tool pass dia.

@dc = pDnh—@Dc

YV—JUINRZE NES TER
Tool pass dia. Bore dia. Tool dia.

| | 8 AN 0D DTBABRE HBAYIAH
Sk [N Y RE@pERBABVECLTIEE L,
Mo | - Depth of cut per one circuit should not exceed
o |° max. depth of cut ap.

L H @Y —)L/I\ADOEEHZ[IFT Iy~

[CEBDROIRIFFTEIDICLTLEE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

OS5 VEV T ANUNIVINTEIEDREZIREHIRAFRDT0%ELTT  @In case of ramping and helical interpolation, apply 70% or less

IMIULTLEE L, feed speed from standard cutting condition table.
O RUVU VI ITEE BAEIEDRE Z R ELHISKMAFRDE0%IUTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEELN, standard cutting condition table.
O RUUVIINTEICIE EHELRVLID L FHRUEIDIHEEHHDE  ®Long consecutive chips may come out in case of drilling, con-
FTOT. R2ICHTHEFRUTLES L, firm the safe condition sufficiently.
SvEVINLT ANUAILIRGIT T
IEEINLT | RATHAH Ramping Helical interpolation
. TER| T8R | R @ | BAES | a1 1
ag;t N? Tool dia. | Eff.Cutting | Max. depth %ﬁrgj.(gﬁ(g) Ei?ttﬂi\‘?ﬁx?_\' (@p) H.i’J\Wé Hijcﬂé
. No. (mm) dia. ai @i Max. .ramping ITEOTEIES :L(mm) Min. pore dia. | Max. bore dia.
(mm) (mm) angle 6° Total cutting length at Max. dp Dnhmin (mm) | Dh max (mm)
MQX-*016-M8 16 10.2 1 1° 48' 31.8 22 30
MQX-*020-M10 20 14.1 1 1" 24' 40.9 30 38
MQX-*025-M12 25 19.1 1 1° 57.3 40 48
MQX-*032-M16 32 26.1 1 0" 42' 81.8 54 62
MQX-*040-M16 40 34.1 1 0’ 30’ 114.6 70 78

) ERAES” 120.5° LUTICTERC IV (ERESEEABATVEIISRELS LI,
Note) The ramping angle 0.5° or less is recommended (please refer to the above table).

BSEDREMPT/WH.Fy 7EIROBR
Application for the choice of EPMT/W inserts

RS TE§ TYN—RVER [ TUN—R 8 BEANSE PBEANEE Hi% 25V
(S50C. S55C) (SKD61,SKD11)_| (HPM7, PX5,.P20) | (NAK8O. HPM1, P21) [ (SKD61, DAC, DHA)| (SKD11,SLD,DC11) (FC.FCD) (SUS304) FIIEE MEAS S
1l #4 B 250HBLLT | i 255HBLLT | f@ex30-36HRC | f#38-43HRC | f#42-52HRC | f#ex55-62HRC | iEE300HBLLT TES250HBIT (Ti-6AI4V) (INCO718)
Carbon steel Die steel Mold steel Mold steel Hardened die steel | Hardened die steel | Grey & Nodular cast iron Stainl = Titanium alloy Inconel
(c50, C55) (1.2344,1.2379) | (1.2311, P20) (1.2311, P21) (1.2344,1.2379) | (1.2344,1.2379 b B;‘:stzzg:g
Below 250HB Below 255HB 30-36HRC 38-43HRC 42-52HRC 55-62HRC Below 300HB

g 4% | 05118 | JC8050 | JC5118 | JCB050 | JC5118 | JCSOS0 | JC5118 | JCBOSD | JC5118 | JCBOSO | JC5118 | JCBOSO | JC5T18 | JCBOSO | JC5118 | JCBOSO | JC5118 | JCBOSO | JCS118 | JCBOSD

EPMT100312ZER w* * hAS * * w* * * * X X @) © © o © o
EPMW100312ZER [©) © o © © [ ] [ J [ ]
EPMW100312ZTR]| O [©) O ©) [©) © O [©) [ [ ] [ ]

-EPMW#: 7L —#7% L without chipbreaker +EPMTH: 7L —# 1t Zwith chipbreaker
©: ZE—#E22 First choice, Good condition O —fgEIHEI Moderate condition @: ARZREYIHI Unfavorable condition S BRETEEIEN Light cutting X @ “REE No good

60



MOdUIar Heads FULL LINEUP

QMVYYIX £

Recommended cutting conditions for MQX and MSN

-y

9a15—"\vy

R IREIRISR

QMY Y ZZMQXH (EEDHEPMT/WHZF v D) + BE—# (EV 25—~y RAA—IVEBEY v 7—I\) EPMT/W-type

TER (mm) Tool dia.

wul it | T 16/17 20 20/21
Work materials Mg HE No. of teeth 2N FEL No. of teeth 3N HEL No. of teeth 4N
Grades | ¢ ap | ae n vi | 2 a | ae n vi | & ap | ae n Vi
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min7) ((mm/min)] (mm) (mm) | (mm) | (min7) |(mm/min)
G ~70 | 06 | ~10 3,600 4,900 |~70 | 06 | ~14 |2,850 5800 (~70 | 06 | ~14 2,850 7,700
fEE250HBLLT | JC8050 - - -
CROHBLIT | oa0o| 120 | 05 | ~10 3600 4500| 120 | 05 | ~14 2850|5300 120 | 05 | ~14/2,850| 7,000
5050, 058) 160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
Rl ~70 | 06 | ~10]3,600]4900|~70 | 06 | ~14 |2,850/5800[~70 | 06 | ~14|2,850] 7,700
Eer255HBLLT | JC8050 - - ~
(LDiesteeI " st 120 | 05 | ~10 3,600 |4,500| 120 | 05 | ~14 |2,850|5300| 120 | 05 | ~14 |2,850 | 7,000
12444, 12919 160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
Gk 70 | 06 | ~10 3,600 4,900|~70 | 06 | ~14 2,850 5800 (~70 | 06 | ~14 2,850 7,700
(LIVIoI(;steeI) Josaee | 120 | 05 | ~10 3,600 4500 | 120 | 0.5 | ~14 2850 5300 | 120 | 05 | ~14 2,850 7,000
i 160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 6,500
D 70 | 05 | ~10 1,900 2,600 [~70 | 05 | ~14 [1,500]3,050[~70 | 05 | ~14|1,500] 4,050
TEEASHRC | o8| 120 | 03 | ~101900(2,400| 120 | 0.3 | ~14 1,500|2,800| 120 | 0.3 | ~14[1,500| 3,700
egirien 160 | 0.2 | ~10 | 1,600 2,200 190 | 02 | ~14 | 1,250 2,600 | 190 | 02 | ~14 [1,250 | 3,400
I+ ﬁm ~~ ~~ ~~ ~~ ~~ ~~
ol | 70 | 04 | ~10 1,400 1,400 [~70 | 04 | ~14 1,001,650 |[~70 | 0.4 | ~14 1,100 2,200
H(arﬁene&dieste?l Joeis [ 120 | 03 | ~10 1400 1400| 120 | 03 | ~14 1100 1650 | 120 | 0.3 | ~14 1100 2,200
N eatine 60 | — | — | — | =] - | - -] - ]10|- | -] -] -
oo | 70 | 015 | ~10| 600| 180[~70 | 015 | ~14 | 500] 230[~70 | 015 [ ~14| s500] 300
H(ar;eneddieste)el e 120 | 01 [ ~10] 600| 180 120 | 0.1 |~14| 500 230| 120 | 01 | ~14| 500| 300
e eotine? 60 | — | — | — | —|1w0|- | -] -]-]10]- | -]|-1]-
) ~70 | 08 | ~10 |3,000|5,000|~70 | 0.8 | ~14 |2,400 6,000 (~70 | 0.8 | ~14 2,400 8,000
oD | Josits | 120 | 06 | ~10 3,000 4500 | 120 | 0.6 | ~14 | 2400 5400| 120 | 06 | ~14 | 2,400 7,200
ped, G 160 | 0.5 | ~10 2,200 3,750 | 190 | 05 | ~14 | 1,750 | 4,500 | 190 | 05 | ~14 |1,750 | 6,000
AT ~70 | 06 | ~103100]4200[~70 | 06 | ~14 |2500/5,100(~70 | 06 | ~14|2,500] 6,800
SUS304
BE250HBLIT | J0B050 | 120 | 05 | ~10 | 3,000 4000| 120 | 05 | ~14 2400 4900 | 120 | 05 | ~14 2400 6500
tainless stee
Below 250HB 160 | 0.35| ~10 | 3,000 | 4,000 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
R ~70 | 05 | ~10|1,200] 960|~70 | 05 |~14| 950/ 1,140(~70 | 05 | ~14| 950 1,500
FYVEE | jo511g
(TreArav) | Joorte | 120 | 03 | ~10[1,200) 960| 120 | 0.3 | ~14 950 1140| 120 | 03 | ~14| 950 1,500
Titani llo
ey 160 | 02 | ~10|1.200| 960| 190 | 02 | ~14| 950 1,140| 190 | 02 | ~14 950 1,500
~70 | 05 |~10] 630] 380|~70 |05 |~14| 500] 450[~70 | 05 | ~14| 500] 600
MWRSE | 05118
(Nco7i) | iCanay| 120 | 03 | ~10| 630 380| 120 | 03 | ~14| 500| 450| 120 | 03 | ~14| 500| 600
Inconel
160 | 02 | ~10| 630| 380| 190 | 02 |~14| 500| 450| 190 | 02 | ~14| 500| 600
2 IRINBHLERES, ap: iABDOYIAARSE, Ge: ¥EABOYNAAHRE, n: TEREERE, Vi EIERE

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

BERALOZEREIR

1) _EEBOTIEISEMAE RIS L 0T — JRIMEICIE U TREE S0,
2) WP RELIHAE VIAAHREE EEHEL I HRLTLKEIV $ BV EAEGEE & T TERL LSV,
3) MBI NRENIBE I ETEPAARIER LT ESV RICNB LU ETIFTERL S,

4) T7—7O—-IC &N FRREMIBET TSV B IUMCTOF v ET 4 NI TIEIN CFTRIBISERL &,

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.



MQX | avmzro2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QAMY Yy 7 ZMQAXH (FEDREPMT/WHEF v J) + BE—H (EV15—\y REA—IVBEY +>I7—I\) EPMT/W-type
TE& (mm) Tool dia.

wmu |77 25 25/26
Work materials L TEL No. of teeth 4N L No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n f

(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
Py ~ ~ ~ ~
Bl e o e e
ooy VoS : : : : : ’
Below 250UB 210 0.4 ~19 | 10900 | 5200 | 210 0.4 ~19 | 1,900 | 6,500
TE8E ~ ~ ~ ~
R e R A i
(12344 13379) |VO511O) : ’ | ' : :
Bolow 25608 210 0.4 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1900 | 6,500
gﬁﬁ%ﬁ% aed ~90 0.8 ~19 | 2300 | 6,200 | ~90 0.8 ~19 | 2300 | 7,700
s ((cs11o) 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
40-36HAC 210 0.4 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1,900 | 6,500
TUN—R 4 ~ ~ ~ ~
I AR
e s | e | e
A3HRC 210 0.3 ~19 | 1,000 | 2700 | 210 0.3 ~19 | 1,000 | 3,400
%%Kg%%g?_ﬂ?g’é@ e ~90 0.4 ~19 900 1,800 | ~90 0.4 ~19 900 | 2,250
Fudend e e (Uca050) 140 0.3 ~19 900 1,800 | 140 0.3 ~19 900 | 2,250
40-50HRC 210 - - - - 210 - - - -
BEANGE ~ ~ ~ ~
I e I
il ' |
50-60HRC 210 - - - - 210 - - - -
& B ~90 0.8 ~19 | 1,900 | 6400 | ~90 0.8 ~19 | 10900 | 8,000
<300HBL
ﬁ@g’%@é@ Jo5118 | 140 06 | ~19 | 1900 | 5800 | 140 0.6 ~19 | 1,900 | 7,200
Below 300HB 210 0.5 ~19 1,600 4,800 210 0.5 ~19 1,600 6,000
27V ~90 0.8 ~19 | 2000 | 5450 | ~90 0.8 ~19 | 2,000 | 6,800
ﬁﬁsgﬁ%%éoé%ﬂ: JC8050 | 140 0.6 ~19 | 2000 | 5200 | 140 0.6 ~19 | 2000 | 6,500
Below 250HB 210 035 | ~19 | 1,900 | 4950 | 210 035 | ~19 | 1,900 | 6,200
588 | o ~90 0.5 ~19 750 1,200 | ~90 0.5 ~19 750 1,500
(T-6AFAY) | ooos)| 140 0.3 ~19 750 1,200 | 140 0.3 ~19 750 1,500
Titanium alloy

210 0.2 ~19 750 1,200 | 210 0.2 ~19 750 1,500

~90 0.5 ~19 400 480 | ~90 0.5 ~19 400 600
MHSE | 05118
(NCO718) | Jcaoso)| 140 0.3 ~19 400 480 | 140 0.3 ~19 400 600
neone! 210 02 | ~19 400 480 | 210 0.2 ~19 400 600

2:IURIVRHURE, ap: thAARS, Ae:Ev774—FK, N: TE@ERE, Vi X)iRE  £2: Overhung length, @p: Depth of cut, e: Pick feed, N: Spindle speed, Vi: Feed speed

WiERA EDFEEIE
1) LEEDOYIEISEA S AEMEAIES SO T— 7RSI TREE 280,

UV N RELIIBE R THAHRS & LRBBIEL Y HERLTEEV . HDWVIREEEE € T TERC SV,
DEMEN N RENHZ A FTTPAAREEZLTLEZV RICNS ST UET I THERLZEW,

4) I7—7A-ICENTIKTRELIEBEIT TSV IS AIHMCTOF v ET 4 NI TRV STRIBITER 280N,

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.



MOdUIar Heads FULL LINEUP

QAMTYIRX EVaS5—Av R EEHIREG
TYPE Recommended cutting conditions for MQX and MSN
QAMT Yy I ZMAXH: (FEDRAEPMT/WH:F v D) + BBE—# (EYV 15—~y RAFA—IVBEY v+ 27—I\) EPMT/W-type

TE®Z (mm) Tool dia.

wu s | TV 32 32/35
Work materials | & XJ#L No. of teeth 5N L No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n T
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

Egg’g;% 20 | o 100 0.8 25 | 1900 | 6350 | ~100 0.8 25 | 1900 | 7,600
COOHBLT | eahs| 150 0.6 ~25 | 15800 | 6,000 | 150 0.6 ~25 | 15800 | 7200
By 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000

gt | 100 0.8 25 | 1,900 | 6,350 | ~100 0.8 25 | 1,900 | 7,600

(LDiesteeI " estio 150 0.6 ~25 | 15800 | 6,000 | 150 0.6 ~25 | 1,800 | 7200
o 25505 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000

JU/\— R ~ — — —

] 100 0.8 25 | 1900 | 6350 | ~100 0.8 25 | 1900 | 7,600
(“Mold' S (lcste) 150 0.6 ~25 | 15800 | 6,000 | 150 0.6 ~25 | 1,800 | 7,200
038R 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000

TUN—RH ~ - = =

T - 100 0.6 25 950 | 3200 | ~100 0.6 25 950 | 3,800
(“wmm e |(UC5116) 150 0.4 ~25 950 | 3200 | 150 0.4 ~25 950 | 3,800
Las e 210 0.3 ~25 800 | 2650 | 210 0.3 ~25 800 | 3,200
I35 ﬁm ~ ~ ~ ~

A 100 0.4 25 700 | 1,750 | ~100 0.4 25 700 | 2,100

ESA52HAC | JOST18 1 450 03 | ~25 700 | 1,750 | 150 0.3 ~25 700 | 2,100

Hardened die steel [(JC8050)

(1.2344,1.2379)

42-52HRC 210 - - - - 210 - - - -
15 ATSH ~ ~ ~ ~
(%@ Ml | 100 0.15 25 300 250 100 0.15 25 300 300
'}‘1‘@52&“1"‘533}8)9' e . 0.1 ~25 300 250 150 0.1 ~25 300 300
“Se-o2tiAC 20 | - - - - | | - - | - -
(g F?S) ~100 1 ~25 1,500 6,250 | ~100 1 ~25 1,500 7,500
o | Jestis | 150 0.8 ~25 | 1500 | 5750 | 150 0.8 ~25 | 1500 | 6,900
oG, 666) 210 06 | ~25 | 1250 | 4850 | 210 06 | ~2 | 1250 | 5800
X(?Jljz)ﬁm ~100 0.8 ~25 1,700 5,700 | ~100 0.8 ~25 1,700 6,800
SUS304
FE2S0HBILT | JC3050 | 150 0.6 ~25 1,600 5,350 150 06 ~25 1,600 6,400
tainless stee
Below 250HB 210 035 | ~25 1,500 5000 | 210 0.35 ~25 1,500 6,000
R ~100 0.5 ~25 600 1,250 | ~100 05 ~25 600 1,500
FIVEE | 05148
(Ti6A-4Y) | Jeonso)| 150 0.3 ~25 600 1,250 150 03 ~25 600 1,500
Titanium alloy
210 0.2 ~25 600 1250 | 210 0.2 ~25 600 1,500
. ~100 0.5 ~25 300 500 | ~100 05 ~25 300 580
ﬁﬁﬁ% B 0.3 ~25 300 500 | 150 0.3 ~25 300 580
Inconel (JC8050) : :
210 0.2 ~25 300 500 | 210 0.2 ~25 300 580

R IVRINBRHELRER, ap: iARDYNAAKRE, Ge: FRAMDYNAHEE, n: TEOERE, Vi: FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEREIR

1) _EEEOYIAISEAE FHEIMES ST — ZBIMEICIS U TREE 280,

)PV D RELGEIE ThHAHRS & LEEBES ) HERLTESIV HBWEEEREE T TERL SV,
IEWBNAEDNHZE IR FTTRAAFRIERL LIV RICNGE SV E T TER 230,

4) T7—7TA—IC &N KFRRELIBEIToTLZEW BT ITUMCTOF v ET (I TN K FRIBITEBL 280,

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.



MQX | avzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QAMT Y I ZMQAXH (FiEDHAEPMT/WH:F v D) + BE—®& (EJa15— vy REFA—IVBEY v o7—I\) EPMT/W-type
TER (mm) Tool dia.

wmEs | T2 40
Work materials | 118 T No. of teeth 6N T No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi

(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
RS ~ ~ ~ ~
Bl e e e
eocag |Vose : ’ ’ ' ’ '
Below 250118 210 0.4 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
TE ~ ~ ~ ~
B o T e e o e e
(12340, 13579) |C) ' : : : : '
Bolow 255HB 210 0.4 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
TUN—R ~ ~ ~ ~
B e e
s (it | o | s
30-36HRC 210 0.4 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
TUN—=R ~ ~ ~ ~
P A
i ot | | | |
38-43HRC 210 0.3 ~32 620 2,500 210 0.3 ~32 620 2,900
%—%féﬁﬁ'@ - ~100 0.4 ~32 550 1,650 | ~100 0.4 ~32 550 1,900
Aadene e o 1G5050) 150 0.3 ~32 550 1,650 150 0.3 ~32 550 1,900
42-52HRC 210 - - - — 210 — — — -
e e
ey v | '
55-62HRC 210 - - - - 210 - - - -
(% F(\%) ~100 1 ~32 1,200 6,150 | ~100 1 ~32 1,200 7,200
2300HBL
gﬁf@g“ggg@ Jost1s | 150 08 | ~32 | 1200 | 5650 | 150 0.8 ~32 | 1200 | 6,600
Below 300HB 210 0.6 ~32 1,000 4,700 210 0.6 ~32 1,000 5,500
ZZUJSISJO,})%J ~100 0.8 ~32 1,350 5850 | ~100 0.8 ~32 1,350 6,800
B 260HBILF | JC8050 | 150 0.6 ~32 1,300 5,550 150 0.6 ~32 1,300 6,500
Below 250HB 210 035 | ~32 1,200 5,150 210 0.35 ~32 1,200 6,000
sovae | oo ~100 05 ~32 480 1,150 | ~100 05 ~32 480 1,350
(Ti-6A-4V) | yCooeoyl 150 0.3 ~32 480 1,150 150 0.3 ~32 480 1,350
Titanium alloy

210 0.2 ~32 480 1,150 210 0.2 ~32 480 1,350

~100 0.5 ~32 250 450 | ~100 05 ~32 250 520
MASE | 05118
(NCO718) | \Caosg)| 150 0.3 ~32 250 450 150 0.3 ~32 250 520
neorel 210 02 | ~32 250 450 | 210 02 ~32 250 520

2 IDRINRHELRS, ap: MARDOYNHAHKRE, Ge: FEAMDEYLAHFRE, n: TEEERE, Vi:E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERLOEEEE
1) LEEDEIBISR M AR RIS S 07— JRIMEICE U TR SN,

2) UV P RELIBEE VIAAREE EEHEL ) HRLTLEIV H BV EAEERE & T UER LS,

3) MBI NRENIHEES . ETEPAARIER LT LSV RICNB LUV ETIFTERL &L,

4) T7—7O0—IC WK TRREWMIBET TSN, BT IHMCTOF v ET A ML TIREIN KFRIBISTEL LS,

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.



M Od U I arl Heads FULL LINEUP
S N T — i eV
QVMTvIR EJa5 =F

TYPE Recommended cutting conditions for MQX and MSN

QAMT v I 2ZMQX# (BHIDAZPMTHREF v ) + BE—#& (EVa15—\y RAF—IVBEY v 0 7—I\) IPMT-type

-y

JAT—N\Y

R IREIRISR

TE® (mm) Tool dia.

wu s | TV 16/17 20 20/21
Work materials | & ML No. of teeth 2N H#L No. of teeth 3N HEL No. of teeth 4N
Grades [ 2 ap lapxae] n T | 2 ap lapxae] n T | 2 ap lapxae] n 3
(mm) (mm) mm3) | (min”) (mm/min){ (mm) (mm) mm2) | (min”) (mm/min)] (mm) (mm) mm3) | (min7) |(mm/min)
(35@?8%5%50) ~70 | ~6.0|~13.0/ 3,180 | 760 | ~70 |~6.0 |[~16.0/ 2,550 | 920 | ~70 | ~6.0|~16.0| 2,550 | 1,220
fE 250 HBLLT | JC8050 ~ ~ ~ ~ ~ ~
A BE T | Catg)| 120 |~40 | ~40|2860 630 | 120 ~50 ~8.0 2300 760 | 120 ~50  ~8.0 23001010
5050, C08) 160 | ~3.0 | ~2.0 | 2,540 | 500 | 190 |~4.0  ~4.0|2,040| 620 | 190 | ~40 | ~4.0 2040 820
am ~70 | ~6.0 |~13.0[ 2,990 | 600 | ~70 |~6.0 |~16.0/2,390 | 720 | ~70 | ~6.0 |~16.0/ 2,390 | 960
BE25BHBLLT d‘é%??é’) 120 | ~4.0 | ~4.0|2,690 | 480 | 120 |~5.0 | ~8.0|2,150| 580 | 120 |~5.0 | ~8.0|2,150 | 770
etdiileii) 160 | ~3.0 | ~2.0|2,390 | 380 | 190 |~4.0 | ~4.0|1,910| 460 | 190 |~4.0 | ~40|1,.910| 610
i - 70 | ~6.0 | ~8.0 2,390 | 480 | ~70 |~6.0 |~16.0[1,910 | 570 | ~70 | ~6.0 |~16.0/ 1,910 | 760
T ASHIRC | Joetog)| 120 |~8.0 | ~B.0 2,150 | 390 | 120 |~40 | ~B.0 1720 460 | 120 |~40 ~B.0 1720 620
(1.2311.F20) 160 | ~2.0 | ~1.6 1,910 310 | 190 |~3.0 | ~4.0|1530| 370 | 190 |~3.0 | ~4.0 1530 490
(fﬁ % ~70 |~7.0 |~13.0/2,990 | 720 | ~70 |~6.0 |~18.0/2,390 | 860 | ~70 |~6.0 |~18.0| 2,390 | 1,150
SAOONBLT
BRIt | estis | 120 | ~4.0 | ~4.0 | 2,690 | 590 | 120 |~5.0 |~10.0/ 2,150 | 710 | 120 |~5.0 |~10.0/ 2,150 950
AL 160 | ~3.0 | ~2.0| 2,390 | 480 | 190 |~4.0 | ~5.0|1,910| 570 | 190 |~4.0 | ~5.0|1,.910| 760
Rz ~70 | ~6.0 |~13.0/ 2,990 | 600 | ~70 |~6.0 |~16.0/2,390 | 720 | ~70 | ~6.0 |[~16.0/ 2,390 | 960
SUS304
TEX250HBLUT | 108050 | 120 | ~36 | ~36| 2690 | 480 | 120 |~50 | ~802150| 580 | 120 |~50 | ~B0 2150 770
alniess stee
Below 250HB 160 | ~2.5 | ~2.0|2,390 | 380 | 190 |~4.0 | ~4.0 1,910 | 460 | 190 |~4.0 | ~4.0|1,910| 610

R IDRIVRHURS, ap: MARDYIAKRE, e: $BAPMDEYVNAKZRE, N : TERERE, Vi &=&RE

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

WERAEDFREIE

1) LEEDO YIRS IE FEMEIES SO T— JRIEICIE U TEREE 280,
UV N RELIIGE S TAARS £ LREBIEL ) HERLTLEIV . HDVIEEERE £ T TEA SV,
HMENRENHZE IR FTTPAARE LR LTIV RICNS ST U E T TERALZEL,

4) T7—7TA—IC &GN KFRRELIBEIToTLIZE W, BT IUMCTOF v ET T TR KFRIBITEBL S0,

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.



MQX | amzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMT v I 2ZMQX# (BHIDAZPMTREF v ) + BE—®& (EV215—\y RAF—IViBEY v 0 7—I\) IPMT-type

TE& (mm) Tool dia.
w727 25 25/26
Work materials | & H#L No. of teeth 4N H#L No. of teeth 5N
Grades 2 ap apx ae n Vi 2 ap apx ae n f
(mm) (mm) mm2) (min-) (mm/min) (mm) (mm) mm2) (min-) (mm/min)
(ss’%_“cﬁsﬁf',ﬂsc) ~90 ~6.0 | ~200 | 2,040 980 ~90 ~6.0 | ~200 | 2040 | 1,220
MOEOMBIT | oo 140 | ~50 | ~100 1840 | 810 140 | ~50 | ~100 | 1840 | 1,010
2 080,050) 210 | ~40 | ~80 | 1630 | 660 210 | ~40 | ~80 | 1,630 820
o ~90 | ~60 | ~200 | 1910 | 770 ~90 | ~60 | ~200 | 1,910 960
RCEISHENT | eode| 140 | ~50 | ~100 | 1720 | 620 140 | ~50 | ~100 | 1720 | 770
(2344, 12000) 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610
(ﬂ#ﬁﬁéﬁ% ~90 ~6.0 | ~200 | 1,530 610 ~90 ~6.0 | ~200 | 1,530 760
BEIAIINC | el 140 | ~40 | ~100 | 1380 | 500 140 | ~40 | ~100 | 1380 | 620
(1,2511,°20) 210 | ~30 | ~80 | 1220 | 390 210 | ~30 | ~80 | 1,220 490
xS ~90 | ~60 | ~250 | 1910 | 920 ~90 | ~B0 | ~250 | 1910 | 1,150
oot | yestie | 140 | ~50 | ~120 | 1720 | 760 140 | ~50 | ~12.0 | 1,720 950
pG coe) 210 | ~40 | ~00 | 1530 | 610 210 | ~40 | ~90 | 1530 760
7L ~90 | ~60 | ~200 | 1910 | 770 ~90 | ~60 | ~200 | 1,910 960
SUS304
B 50HBLLT | JC8050 | 140 | ~50 | ~100 | 1720 | 620 140 | ~50 | ~100 | 1,720 770
Stainless steel
Below 250HB 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610

R IVRINEHURE, ap: MiARDEYNAALRE, ge: ¥RAMDYNAHRS, n: TEMERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOXEERIR
1) LEEDO YIS IE FEMEIES SO T— JRIMEICIEU TRREE 280,

UV N RELIIGE I THAARS £ LRBEBIEL W HERCLTLEIV . HDVIEEERE £ T TER SV,

D EMENNFRENHZE I FTTPAAREER LTIV RICNGE ST U ETIF TERALCZE L,

4) I7—7A—ICEN TV KTRRELIBEIT TSNV B AIHMCTOF v ET« IIT TR FRIBITER 1280,

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 d@p or Spindle speed and Feed speed.
4) Use air blow.



MOdUIar Heads FULL LINEUP

QMVYYIRX €

MQX Ja5 2
Recommended cutting conditions for MQX and MSN

-y

JAT—N\Y

R IREIRISR

QAMT v I 2ZMQX# (BHIDAZPMTHREF v ) + BE—#& (EVa15—\y RAF—IVBEY v 0 7—I\) IPMT-type

TE® (mm) Tool dia.

wmu |77 32 32/35
Work materials | & H#L No. of teeth 5N H#L No. of teeth 6N
Grades ap apx ae n Vi ap apx de n T
(mm) (mm) mm?2) (min-) (mm/min) (mm) (mm) mm?2) (min-) (mm/min)
EE(*S*%):% B0 | o 100 6.0 220 | 1,590 | 950 100 6.0 220 | 1590 | 1,140
CEOOMBLIT | oaed| 150 | ~50 | ~150 | 1430 | 780 150 | ~50 | ~150 | 1,430 940
5 050,008) 210 | ~40 | ~80 | 1270 | 630 210 | ~40 | ~80 | 1270 760
s | 100 6.0 220 | 1490 | 740 100 6.0 220 | 1,490 890
(LDiesteeI " icsti 150 | ~50 | ~150 | 1340 | 600 150 | ~50 | ~150 | 1,340 720
i e 210 | ~40 | ~80 | 1190 | 480 210 | ~40 | ~80 | 1,190 570
gl 100 6.0 220 | 1190 | 590 100 6.0 220 | 1,190 710
TEASHRC | 180901 150 | ~50 | ~150 | 1,070 | 480 150 | ~50 | ~150 | 1,070 580
(1,2511,220) 210 | ~40 @ ~80 950 | 380 210 | ~40 | ~80 950 460
& & ~100 | ~60 | ~240 | 1490 | 890 | ~100 | ~60 | ~240 | 1490 | 1,070
Ba T | sestis | 150 | ~50 | ~160 | 1340 | 730 150 | ~50 | ~16.0 | 1,340 880
pG aae) 210 | ~40 | ~00 | 1190 | 590 210 | ~40 | ~90 | 1,190 710
Az ~100 | ~60 | ~220 | 1490 | 740 | ~100 | ~60 | ~220 | 1490 890
SUS304
B&250HBILT | JCB050 | 150 | ~5.0 | ~150 | 1,340 | 600 150 | ~50 | ~150 | 1,340 720
Stainless steel
Below 250HE 210 | ~40 | ~80 | 1,190 | 480 210 | ~40 | ~80 | 1,190 570

R IVRINEHURE, ap: MARDEYNAALRE, Ge: FRAMDYNAARE, n: TERERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERAEDFREIE

1) EEROYIAIEAE HEMEIES ST — 7RSS TREEC 280,

UV N RELIIGE S TAARS £ LREBIEL ) HERLTLEIV . HDVIEEERE £ T TEA SV,
HMENRENHZE IR FTTPAARE LR LTIV RICNS ST U E T TERALZEL,
)

4) T7—7TA—IC &GN KFRRELIBEIToTLIZE W, BT IUMCTOF v ET T TR KFRIBITEBL S0,

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.



MQX | amzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMT v I 2ZMQX# (BHIDAZPMTREF v ) + BE—®& (EV215—\y RAF—IViBEY v 0 7—I\) IPMT-type

TE® (mm) Tool dia.
w727 40
Work materials | 78 XL No. of teeth 5N H#L No. of teeth 6N
Grades 2 ap apx ae n Vi 2 ap apx ge n 3
(mm) (mm) mm?2) (min-) (mm/min) (mm) (mm) mm?) (min-) (mm/min)
a;g?;é:% 20| o 100 6.0 280 | 1270 | 920 100 6.0 280 | 1270 | 1,070
COUMBHT ooy 180 | ~50 | ~200 | 1,140 | 750 150 | ~50 | ~200 | 1,140 880
5050, 008) 210 | ~40 | ~100 | 1010 | 610 210 | ~40 | ~100 | 1,010 710
st | 100 6.0 280 | 1,190 | 590 100 6.0 280 | 1,190 690
(LDiesteeI " estie) 150 | ~50 | ~200 | 1070 | 450 150 | ~50 | ~200 | 1,070 520
Foiecnl e 210 | ~40 | ~100 | 950 | 320 210 | ~40 | ~100 | 950 370
gl 100 6.0 280 | 1,530 | 470 100 6.0 280 | 1,530 550
T sHRC | ca08 ] 150 | ~50 | ~200 | 1380 | 350 150 | ~50 | ~200 | 1,380 410
(12511, £20) 210 | ~40 | ~100 | 1220 | 250 210 | ~40 | ~100 | 1220 290
I ~100 | ~60 | ~320 | 1910 | 790 | ~100 | ~60 | ~320 | 1910 920
BT lestis | 150 | ~50 | ~240 | 1,720 | 620 150 | ~50 | ~24.0 | 1,720 720
g, EOE) 210 | ~40 | ~120 | 1530 | 470 210 | ~40 | ~120 | 1530 550
Az ~100 | ~60 | ~280 | 1910 | 590 | ~100 | ~60 | ~280 | 1910 690
SUS304
B250HBILT | JC8050 | 150 | ~50 | ~200 | 1720 | 450 150 | ~50 | ~200 | 1,720 520
Stainless steel
Below 250HB 210 | ~40 | ~100 | 1530 | 320 210 | ~40 | ~100 | 1530 370

R IVRINEHURE, ap: MiARDEYNAALRE, ge: ¥RAMDYNAHRS, n: TEMERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOXEERIR
1) LEEDO YIS IE FEMEIES SO T— JRIMEICIEU TRREE 280,

UV N RELIIGE I THAARS £ LRBEBIEL W HERCLTLEIV . HDVIEEERE £ T TER SV,

D EMENNFRENHZE I FTTPAAREER LTIV RICNGE ST U ETIF TERALCZE L,

4) I7—7A—ICEN TV KTRRELIBEIT TSNV B AIHMCTOF v ET« IIT TR FRIBITER 1280,

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 d@p or Spindle speed and Feed speed.
4) Use air blow.



MOdUIar Heads FULL LINEUP

QMTYIRX EJa1S5—Av R ELEIRM
TYPE Recommended cutting conditions for MQX and MSN
QMY Y I ZMAXH (IN=FhIVAEELFEYPHWREF Y F) + BE—& (EY 15—~y REF—IVEIEY +>97—I\) YPHW-type (For up & down finishing)

TE&R (mm) Tool dia.

L 16/17
Work materials 2L X# No. of teeth 2N

Grades 2 Pi ae n Vi

(mm) (mm) (mm) (min-) (mm/min)
e N
aﬁﬁ‘ﬁ%ﬂ%ﬁ? 70 05 <02 8,950 | 2,680
S250HBLT | yos102 | 120 05 <02 6,960 | 1,390
Bg?fﬁ’z%%ﬂs 160 0.5 <0.2 6,960 1,110
(KT D) 70 0.5 <02 7960 | 2,390
BE256HBLLT | jcgr02 | 120 05 <02 5970 | 1,190
(i2sie 12800) 160 05 | <02 | 5970 | 960
TUN\— R ~
W i 70 05 <02 6,960 | 1,670
G S0-43HRC | yoe102 | 120 05 <02 4,970 800
(1.2311, P20) 160 05 <02 | 4970 700
% % ~
aﬁ+(§8bﬁglx? 70 0.5 <02 | 10,900 | 4,360
Greyc_é(i‘ Nodular cait iron | /06102 120 0.5 <0.2 8,950 2,680
g 160 05 <02 | 8950 | 2150
TE® (mm) Tool dia.

wHa | TV 20 20/21
Work materials 2L K#L No. of teeth 3N R No. of teeth 4N

Grades 2 P+ ae n Vi 2 P+ ae n Vi

(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

L§5,6_73a5559) 70 0.6 <02 | 7160 | 3220 70 0.6 <02 | 7,160 | 4290
c2SOHBEIT | yce102 | 120 0.6 <0.2 7,160 2,790 120 06 <0.2 7,160 3,720
5050, C59) 190 0.6 <02 | 5570 | 1670 190 06 <02 | 5570 | 2230
(SKB1, 501 70 06 <02 | 6370 | 3220 70 06 <02 | 8370 | 4290
BS2SSHBELR | yos100 | 120 0.6 <02 | 6370 | 2480 120 0.6 <02 | 6370 | 3310
e Af0n) 190 0.6 <02 | 4770 | 1430 190 0.6 <02 | 4770 | 1910
FUN— R ~ ~
WD P 8 70 0.6 <02 | 5570 | 2,000 70 0.6 <02 | 5570 | 2670
RS S0-ASHAC | ycer02 | 120 0.6 <0.2 5570 1,670 120 06 <0.2 5,570 2,230
(12311, F20) 190 | 06 | <02 | 3980 9%0 | 190 | 06 | <02 | 3980 | 1280
Cleh ~70 0.6 <02 | 8750 | 5250 | ~70 06 <02 | 8750 | 7,000
B300HBIUT
B | Josto2 | 120 06 <02 | 7,160 | 4,300 120 0.6 <02 | 7,160 | 5730
AL 190 06 <02 | 7160 | 3220 190 06 <02 | 7160 | 4290

R IVRINBHLRE, Pf:EYIT71—K, Qe: FERARMDYLAHRE, N TEEERE, Vi X)RE
2 : Overhung length, Pf: Pick feed, @e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

WERALOEEEIR
1) _EEEDOYIAISEAE RIS LT — 7RIS TREE 20,

)V RELZGEIE ThAAHRS £ LEEHES ) HRL TSIV HBWVEEERE E T TERL SV,
IEWBNAEDNHZE I} FTTRAHFRIERLHWLEZIV RN SV VIET I TEEL SV,

4) I7—7A—ICEN T KTRREMIBEFToTLAZE W B AITMCTDF v ET ¢ T TR < FRIBITIFRE 1280,

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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY Y I ZMAXH (I\=FhIVAELELFRYPHWEF YD) + BE—# (EYV 15—~y RBAF—IVEBEEY v+ 7—I\) YPHW-type (For up & down finishing)
TEE (mm) Tool dia.

wus | 727 25 25/26
Work materials | "7 T No. of teeth 4N F# No. of teeth BN
Grades 2 P ae n Vi 2 Pt ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
R ~ ~
gs’é_?:, ) 90 0.7 <02 | 5730 | 4120 90 07 | <02 | 5730 | 6210
Bc2S0HBELT | yce102 | 140 0.7 <02 | 5730 | 3,440 140 0.7 <02 | 5730 | 4300
sn. Sl 210 | 07 | <02 | 4460 | 2140 | 210 07 | <02 | 4460 | 2,860
(05T o) 90 0.7 <02 | 5090 | 3660 90 07 | <02 | 5090 | 4580
EBSEHBLLT | ycot02 | 140 0.7 <02 | 5090 | 3,050 140 0.7 <02 | 5090 | 3810
e 210 | 07 | <02 | 380 | 180 | 210 | 07 | <02 | 3820 | 2290
TUN— R ~ ~
VB i 90 0.7 <02 | 4460 | 2,680 90 07 | <02 | 4460 | 3350
BSB0-43HRC | yce102 | 140 0.7 <02 | 4460 | 2,140 140 0.7 <02 | 4460 | 2,680
P 210 | 07 | <02 | 3180 | 1270 | 210 07 | <02 | 3180 | 159
L ~90 0.7 <02 | 7,000 | 5600 | ~90 07 | <02 | 7000 | 7000
& 300HBIL T
B | Josto2 | 140 0.7 <02 | 5730 | 4580 140 07 | <02 | 5730 | 5730
e 210 | 07 | <02 | 5730 | 3440 | 210 | 07 | <02 | 5730 | 4,300

TE®& (mm) Tool dia.

wmu s |77 32 32/35
Work materials L H#X No. of teeth BN ¥ No. of teeth BN
Grades 2 P ae n Vi 2 Pt ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Ssﬁﬁgslﬂsc) ~100 0.8 <02 | 448 | 4030 | ~100 0.8 <02 | 4480 | 4,830
e 2S0HBEIT | yce102 150 0.8 <02 | 4480 | 4,030 150 0.8 <02 | 4,480 4,830
B0, G0l 210 | 08 | <02 | 3480 | 2,610 210 | 08 | <02 | 3480 | 3130
(K05t o) 100 0.8 <02 | 3980 | 3580 100 0.8 <02 | 398 | 4,300
BEBSSHBLLT | ycet02 | 150 0.8 <02 | 3980 | 3580 150 0.8 <02 | 3980 | 4,300
SR ) 210 | 08 | <02 | 2980 | 1740 210 | 08 | <02 | 2980 | 2090
FUN\—R$E ~ ~
B P 100 0.8 <02 | 348 | 2610 100 0.8 <02 | 3,480 3,130
RS S0-43HRC | yce102 150 0.8 <02 | 3480 | 2610 150 0.8 <02 | 3,480 3,130
ey 210 | 08 | <02 | 2490 | 1250 | 210 | 08 | <02 | 2490 | 1500
-_. ~100 0.8 <02 | 5470 | 5470 | ~100 0.8 <02 | 5470 6,560
B300HBIUT
Bech ot i | 406102 150 0.8 <02 | 4480 | 5470 150 0.8 <02 | 4,480 6,560
e 210 | 08 | <02 | 4480 | 3360 210 | 08 | <02 | 4480 | 4,030

R IVRINBHLRE, Pf:EYIT71—K, Qe: FERARMDYLAHRE, N : TEEERE, Vi X)RE
2 : Overhung length, Pf: Pick feed, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEEIE
1) EEEDOYIAISEAE RIS LT — 7RIS TREE 20,

)V RELZGEIE ThAARS £ LEEBES ) HRCL TSIV HBWVEEERE E T TERL SV,
IEWBNREDNHZE IR FFTTAHFRIERLHWLAEZIV RN SV VIET I TEEL SV,

4) I7—7A—ICEN T KTRRERIBEFToTLZE WV BT AITMCTDF v ET ¢ T TR K FRIBITIER 1280,

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.



MOdUIar Heads FULL LINEUP

QMTYIRX EJa1S5—Av R ELEIRM
TYPE Recommended cutting conditions for MQX and MSN
QMY Yy I AMAXH (\=FhIVEEE EFRYPHWRF v ) + BE—# (EY25—~y RBZ—IVBEY +>2 7—I\) YPHW-type (For up & down finishing)

TE® (mm) Tool dia.
wEs | TV 40
Work materials ZE F# No. of teeth BN X% No. of teeth 7N
Grades 2 Pt ae n Vi Y ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
STE ~100 | 088 <02 | 3580 | 3870 | ~100 | 088 <02 | 3580 | 4520
BC200HBEIT | ycer02| 150 | 0.8 <02 | 3580 | 3,870 150 | 0.88 <02 | 3580 | 4520
2 050,008) 210 | 0.88 <02 | 2790 | 2,010 210 | 0.88 <02 | 2,790 | 2350
(05 5011 100 | 088 <02 | 3,180 | 3,430 100 | 0.88 <02 | 3,180 | 4,000
RSBOSHBIAT | yost02 | 150 | 0.88 <02 | 3,180 | 3430 150 | 0.88 <02 | 3,180 | 4,000
(12544, 1.2879) 210 | 088 | <02 | 2390 | 1720 210 | 088 | <02 | 2390 | 2,010
FU\— R4 ~ ~
s 100 | 088 <02 | 2790 | 2510 100 | 088 <02 | 2,790 | 2,930
RS S0-43HRC | co102 150 0.88 <02 | 2790 | 2510 150 0.88 <02 | 2,790 | 2,930
(12510, F20) 210 | 088 | <02 | 1990 | 1430 210 | 088 | <02 | 1990 | 1670
g ~100 | 088 <02 | 438 | 5260 | ~100 | 088 <02 | 438 | 6140
B300HBIUT
D | Jcst02| 150 | 0.8 <02 | 438 | 5260 150 | 0.88 <02 | 438 | 6140
pG aae) 210 | 088 | <02 | 3580 | 3220 210 | 088 | <02 | 3580 | 3760

R IDRINRHELRE, Pt:EVIT4—K, Qe: ¥BARDYNAHARE, n: TELERE, Vi XRE
2 : Overhung length, Pf: Pick feed, de : Radial depth of cut, N : Spindle speed, Vi: Feed speed

BERLOEEEE
1) _EEBOTIEISEMAE RIS L OT— JRIMEICIE U THRE LS,

2) WU P RELIHAE TIAAHREE EEHEL I HRLTLKEIV  HBWVEAEGEE & T TUERL LSV,

) EMEINRENIBE I T FTYPAARIERL LT ESVRICNE LU VIE T TERL LWL,

4) T7—7O—-IC &N FRREMIBET TSV, B IUMCTOF v ET 4 NI TIEIN CFRIBISERL &,

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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY Y I ZMAXH (AlE{t EFAYPHWHEF YD) + BE—& (EVa135—~y REF—IVEBEY v 27—I\) YPHW-type (For side finishing)
TE&Z (mm) Tool dia.

wul s | TYT 16/17 20 20/21
Work materials | 17& T No. of teeth 2N % No. of teeth 3N X% No. of teeth 4N
Grades [ 2 ap | ae n Vi | 2 ap | ae n Vi | 2 ap | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
(SS’Bﬁcﬁsﬁf@SC) ~70 | 15 |<0.2(12,900| 3,870 |~70 | 1.5 | <0.2|10,300| 4,640 ~70 | 1.5 | <0.2/10,300| 6,190

FES250HBLLIT | CX75
Cononken ™ uceion| 120 1| <02 8950/2150| 120 | 1 | <02 7,160/ 2580| 120 | 1 | <02 7,160 3440

(C50, C55)

Below 250HB 160 | 0.7 | <0.2| 8,950{1,790| 190 | 0.7 | <0.2| 7,160/ 2,150 190 | 0.7 | <0.2| 7,160| 2,870
(SKDBT, SKDH) 70 | 1.5 | <0.2| 8,950/ 2,680 (~70 | 1.5 | <0.2| 7,160 3,220 70 | 1.5 | <0.2| 7,160) 4,290

fE255HBLLR | CX75
“Die steel (JC6102) 120 | 1 <0.2| 8,950/2,150 | 120 | 1 <0.2| 7,160/ 2,580 | 120 | 1 <0.2| 7,160| 3,440

(1.2344, 1.2379)

A 160 | 07 | <02/ 6,960/ 1,300 | 190 | 0.7 | <0.2| 5570[1,670| 190 | 0.7 | <0.2] 5570 2,230
G o 70| 15 | <0.2| 8950/2,680 [~70 | 15 | <02/ 7,160/ 3,220 | ~70 | 1.5 | <0.2| 7,160/ 4,290
BSS036HRC | yogro2 | 120 | 1 | <0.2) 8,950/2,150| 120 | 1 | <02/ 7,160/ 2580 | 120 | 1 | <0.2| 7,160| 3,440
(1,231, P20) 160 | 0.7 | <0.2| 6,960 1,390 | 190 | 0.7 | <0.2| 5,570/ 1,670| 190 | 0.7 | <0.2| 5570/ 2,230
TN 48 ~70 | 15 | <02] 7,960/ 1,910{~70 | 15 | <02] 6,370/ 2,200 | ~70 | 15 | <0.2| 6,370] 3,050

(NAKEO, HPM1, P21)

RCIBASHRC | yogr02 | 120 | 1 | <0.2| 6,960/1,390| 120 | 1 | <02 5570 1670| 120 | 1 | <02/ 5570|2,230
{L2atte2) 160 | 07 | <0.2| 6,960 1,110| 190 | 0.7 | <0.2| 5570/1,340| 190 | 0.7 | <0.2| 5570/ 1,790
| 3 ~ ~ ~

. 70| 15 | <02 3980 800|~70 | 15 | <02 3180 950 ~70| 15 | <0.2| 3,180 1,270

Bed252HRC | yos102 | 120 | 1 | <0.2| 3,380] 540| 120 | 1 | <02 2,710, 630| 120| 1 |<02| 2710 840

Hardened die steel

(1.2432{2,2?4%%79) 160 | - - - - | 190 - - - - 190 | - - - -

ﬁm ~~ ~~ ~~
(SKD'_SLD. DC11) 70 | 1 <0.2| 3,580, 720|~70 | 1 <0.2 | 2,860| 860 70 | 1 <0.2 | 2,860| 1,150

fiEt55-62HRC
[RCOS62HRC | uost02 | 120 | 0.7 | <0.2| 2980 480| 120 | 0.7 | <0.2| 2390 570| 120| 0.7 | <0.2| 2,390 760

" | el - [ - [ - - el |- [ -] -]-

(i%ﬁ%) ~70 | 15 |<0.2]10,900| 3,270 |~70 | 1.5 | <0.2| 8,750/ 3,940 | ~70 | 1.5 | <0.2| 8,750| 5,250
BE300HBLLT | 06102 | 120 | 1 | <0.2| 8,950/ 2,150| 120 | 1 | <02 7,160 2,580 | 120 | 1 | <0.2| 7,160 3,440

Grey & Nodular cast iron

e

plaG. oac) 160 | 07 | <02]| 8950/ 1790| 190 | 07 | <02/ 7,160/ 2150 | 190 | 07 | <0.2| 7.160] 2,870
Az ~70 | 15 | <02/ 89502680 [~70 | 15 | <02 7.160/3220| ~70 | 15 | <0.2| 7160/ 4,290
SUS304

B2SOHBLIT | ooz | 120 | 1| <02| 8950|2150 120 | 1 | <02 71602580 | 120] 1 | <02| 7160|3440
Below 250115 160 | 0.7 | <02 6,960/ 1,390 | 190 | 0.7 | <02 5570 1,670 190 | 07 | <02| 5570] 2,230
e ~70| 15 | <02| 1,790 430|~70 | 15 | <02]| 1430 520|~70| 15 | <0.2| 1430 690
(miea-a)  [Jost02| 120 | 1| <02 1,390 280| 120 1 | <02| 110 330| 120| 1 | <02| 1,110 440
antumatioy 160 | 07 | <02 1390 220| 190 | 07 | <02| 1,10, 270 190| 07 | <02| 1,110] 360

R ILRINVEBHELRE, ap: hAROYNAKRE, Qe: EEAROYNAHKZERE, N TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEFEIE
1) LRROYIEIEA S MRS SO 7 — 7RSS U TREEC 280,

)V RELEGEIE YhAARS & LEEHES RSV H BV EEEREE T TERL LSV,
HWBNAREDHZE IR FTVAHFRI LR LWL EIV RN SV VIET I THERAC SV,

4) I7—70O—-ICENTIKTREDIBEIT TSV IS IHBMCTOF v ET « I TR FRIEBITER 230,

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.



MOdUIar Heads FULL LINEUP

QMTYIRX EJa1S5—Av R ELEIRM
TYPE Recommended cutting conditions for MQX and MSN
AMZy I ZMAXH (AEELEFAYPHWEF YD) + BE—& (EYa15—~v RBZF—ILBEY v+ 7—I\) YPHW-type (For side finishing)

TE® (mm) Tool dia.

wmu s |77 25 25/26
Work materials k= RE No. of teeth 4N REL No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(851‘6%?@50) ~90 15 <0.2 8,280 4,970 ~90 15 <0.2 8,280 6,210
fES250HBLITR | CX75
S T |utsion| 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440
pL050, Cas) 210 0.7 <02 | 5730 | 2290 210 0.7 <02 | 5730 | 2860
TEs ~ ~
s | 90 15 <02 | 5730 | 3,440 90 15 <02 | 5730 | 4,300
( Sl " ucsion 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
1.2344, 12979 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230
JU\— RV ~ ~
i it o 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4,300
BS30-36HAC | ycet02 | 140 1 <02 | 5730 | 2750 140 | <02 | 5730 | 3440
(12311, P20) 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230
JUYIN\— R ~ ~
Al 90 15 <02 | 5090 | 2440 90 15 <02 | 5090 | 3,050
WE38ASHRC | ycst02 | 140 1 <02 | 4460 | 1,780 140 | 1 <02 | 4460 | 2,230
Ee ey 210 0.7 <02 | 4460 | 1430 210 0.7 <02 | 4460 | 1,790
e ﬁm ~ ~
dEr o oy 90 15 <02 | 2550 | 1,020 90 15 <02 | 2550 | 1,280
E?;;;ﬁfjg*s?e% JC6102 | 140 1 <02 | 2,160 690 140 1 <02 | 2,160 860
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
AT ~ ~
st 90 1 <02 | 2290 920 90 1 <02 | 2290 | 1,150
13@323“?‘;;}3?‘ JCe102 | 140 0.7 <02 | 1910 610 140 0.7 <02 | 1,910 760
So§PHAC 20 | - - - - | a0 | - - - -
& = ~90 15 <02 | 7,000 | 4200 | ~90 15 <02 | 7,000 | 5250
B | Jesto2 | 140 1 <02 | 5730 | 2,750 140 | <02 | 5730 | 3440
o6, 66G) 210 | 07 | <02 | 5730 | 2290 | 210 | 07 | <02 | 5730 | 2:860
Az LA ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
SUS304
WE20HBLIT: | Jos1o | 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3,440
tainless stee
Below 250HB 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2,230
~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690
FHUES
(T-6A-4V) | Jce102 | 140 1 <02 890 360 140 1 <02 890 450
Titanium alloy
210 0.7 <02 890 280 210 0.7 <0.2 890 350

R ILRINVEBHELRE, ap: ShAROYNAHKREE, Qe: EFEAROYNAKZERE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, n : Spindle speed, Vf: Feed speed

BERALOEEFEIE
1) LERROTIAIEAE RIS SO T7— 7RIS U TREEC 280,

VUV RELLGEIE YhAARS & LEBES I BERS LW ESV HBWVEEEREE T TERL LSV,
DHWMBATREDHZE IR FTVAHFRIER LIV RICNS SV VIET I THER SV,

4) IT7—7A—IC &I KFRRELIBEIToTIZE WV BT SIUMCTOF v EF A I TR KFRIBITERL 20

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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QAMTyIZMAXH (AEft EFRYPHWHF v ) + BE—# (EYVa15—~y RBA—IViBEY v 9 7—I\) YPHW-type (For side finishing)
TERR (mm) Tool dia.

wmu s |77 32 32/35
Work materials i F#E No. of teeth 5N F#E No. of teeth 6N
Grades 2 ap Qe n Vi g ap ae n %8
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(55’%_%?9?5@50) ~100 15 <0.2 6,470 4850 | ~100 15 <0.2 6,470 5,820
fES250HBLITR | CX75
Cenontna ™ | ucoron| 150 1.2 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3230
5050, 0o8) 210 | 1 <02 | 4480 | 2,240 210 | 1 <02 | 4480 | 2690
oo | 100 15 <02 | 4480 | 3,360 100 15 <02 | 4480 | 4,030
( I " ucsion 150 1.2 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3230
1.2344, 12979 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
TUN— R ~ ~
o it o 100 15 <02 | 4480 | 3,360 100 15 <02 | 4480 | 4,030
BSI0-36HAC | jos102| 150 | 1.2 <02 | 4480 | 2690 150 | 12 <02 | 4480 | 3230
(12311, F20) 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
JUN\— R ~ ~
i P P 100 15 <02 | 3980 | 2390 100 15 <02 | 3980 | 2870
S3BASHRC | jes102| 150 | 12 <02 | 3480 | 1,740 150 | 1.2 <02 | 3480 | 2090
el 210 1 <02 | 3480 | 1390 210 1 <02 | 3480 | 1670
AT ~100 15 <02 | 2000 | 1,000 | ~100 15 <02 | 2,000 | 1,200

(SKD61. DAC, DHA)
BE42-52HRC | 05100 150 1.2 <02 | 1,690 680 150 1.2 <02 | 1,690 820

Hardened die steel
(1.2344, 1.2379)

o aoliaa 210 | 1 <02 | 1690 680 210 | 1 <02 | 1690 820
FEAE ~ ~
s Ao 100 | 1 <02 | 1,790 900 100 | 1 <02 | 1,790 | 1,080
H(argened fesi 6102|150 | 08 <02 | 1490 600 150 | 0.8 <02 | 1490 720
12344, 12979 210 | 07 <02 | 1,490 420 210 | 07 <02 | 1,490 500
& & ~100 | 15 <02 | 5470 | 4100 | ~100 | 15 <02 | 5470 | 4920
| jost02| 150 | 12 | <02 | 4480 | 2690 150 | 12 | <02 | 4480 | 3230
o6, 66G) 20 | 1 <02 | 4480 | 2240 20 | 1 <02 | 4480 | 2690
Rz ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
SUS304
B250HBLIT | ucoi02 | 150 | 12 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3230
alnless siee
Below 250HB 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
~100 | 15 <02 900 540 | ~100 | 15 <02 900 650
FoUaR
(Ti6A-av) | Jost02| 150 | 1.2 <02 700 350 150 | 1.2 <02 700 420
Titanium alloy
210 | 1 <02 700 280 210 | 1 <02 700 340

R IVRINEHURE, ap: MARDYNAALRSE, ge: XRAMDYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, n : Spindle speed, Vf: Feed speed

WERALOEEFEIE
1) LRROYIEIEA S MRS SO 7 — 7RSS U TREEC 280,

)V RELEGEIE YhAARS & LEEHES RSV H BV EEEREE T TERL LSV,
HWBNAREDHZE IR FTVAHFRI LR LWL EIV RN SV VIET I THERAC SV,

4) I7—70O—-ICENTIKTREDIBEIT TSV IS IHBMCTOF v ET « I TR FRIEBITER 230,

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.



MOdUIar Heads FULL LINEUP

QMTYIRX EJa1S5—Av R ELEIRM
TYPE Recommended cutting conditions for MQX and MSN
AMZy I ZMAXH (AEELEFAYPHWEF YD) + BE—& (EYa15—~v RBZF—ILBEY v+ 7—I\) YPHW-type (For side finishing)

TE® (mm) Tool dia.

wmu |77 40
Work materials | & H#L No. of teeth 6N H#L No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n T
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁsﬂsc) ~100 15 <0.2 5,170 4650 | ~100 15 <0.2 5,170 5,420
fES250HBLITR | CX75
Coorimd * uGsion| 150 15 <02 | 5170 | 4,650 150 15 <02 | 5170 | 5420
5050, 55) 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
gsrS | 100 15 <02 | 3580 | 3220 100 15 <02 | 3580 | 3760
(LDiesteeI " |ucea 150 15 <02 | 3580 | 3220 150 15 <02 | 3580 | 3760
12044, 1.2919 210 1 <02 | 2790 | 2,010 210 | 1 <02 | 2790 | 2350
JUN\— R ~ ~
o o0 100 15 <02 | 3580 | 3220 100 15 <02 | 3580 | 3760
BE303BHRC | yce102 | 150 | 15 | <02 | 3580 | 3,220 15 | 15 <02 | 3580 | 3760
(1.2511, F20) 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2,350
TUN—R 8 ~ ~
ATl 100 15 <02 | 3180 | 2290 100 15 <02 | 3180 | 2,670
38 AHRC ycet02 | 150 | 15 | <02 | 3,180 | 2290 150 | 15 <02 | 3,180 | 2,670
eginel 210 1 <02 | 2790 | 1670 210 | 1 <02 | 2790 | 1,950
e ﬁm ~ ~
e 100 15 <02 | 1,590 950 100 15 <02 | 1590 | 1,110
BSA5BHAC | yost02 | 150 | 1.5 | <02 | 1,500 950 150 | 15 <02 | 1350 | 1,110
(1:2344,1.2379) 210 1 <02 | 1350 650 210 | 1 <02 | 1350 760
BEATSE ~ ~
s 100 1 <02 | 1430 860 100 1 <02 | 1430 | 1,000
H(ar;eneddieste§l Je102 | 150 1 <02 | 1430 860 150 1 <02 | 1430 | 1,000
12344, 12979 210 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670
& = ~100 15 <02 | 4380 | 3940 | ~100 15 <02 | 4380 | 4,600
e | Jeet02 | 150 | 15 | <02 | 3580 | 3940 150 | 15 <02 | 3580 | 4,600
oG, 666) 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
RZAAE ~100 15 <02 | 3580 | 3220 | ~100 15 <02 | 3580 | 3760
SUS304
BE200HBAT | Uc6102 | 150 15 <02 | 3580 | 3220 150 15 <02 | 3580 | 3760
ainless stee
Below 250HB 210 1 <02 | 2,790 | 2,010 210 1 <02 | 2790 | 2,350
N ~100 15 <0.2 720 520 | ~100 15 <02 720 610
Vi
(Ti6A-av) | Josto2 | 150 15 <0.2 560 520 150 15 <0.2 560 610
Titani Il
ety 210 | <02 560 340 20 | 1 <02 560 400

R ILRINVEBHELRE, ap: SiAROYNAHKRESE, Qe: FEAROYNAHKERE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, n : Spindle speed, Vf: Feed speed

BERALOEEFEIE
1) LERROTIAIEAE RIS SO T7— 7RIS U TREEC 280,

VUV RELLGEIE YhAARS & LEBES I BERS LW ESV HBWVEEEREE T TERL LSV,
DHWMBATREDHZE IR FTVAHFRIER LIV RICNS SV VIET I THER SV,

4) IT7—7A—IC &I KFRRELIBEIToTIZE WV BT SIUMCTOF v EF A I TR KFRIBITERL 20

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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY Y I AMAXH (EE{TLIFRYPHWEF YD) + BE—& (EYa15—~y REA—ILiBIEY +>27—I\) YPHW-type (For bottom face finishing)
TE%& (mm) Tool dia.

wu i | TV 16/17 20 20/21
Work materials & F# No. of teeth 2N FEL No. of teeth 3N HEL No. of teeth 4N
Grades [ 2 ap | ae n Vi | 2 ap | ae n Vi | 2 ap | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
L o ~70 | 0.2 | 8~16 | 5200 2,600| ~70 | 0.2 |10~204,200|3,150 | ~70 | 0.2 |10~18| 4,200 | 4,200
fE250HBLLIT | CX75
Cobonsed - |Wcsi0y| 120 | 02 | 8~16 3,900 1550| 120 | 02 |10-20/3,200 1950 120 | 02 |10-18)3,200 | 2,550
poo0, 058 160 | 0.2 | 8~10 | 3,400 1,200| 190 | 0.2 |10~12/2,700|1,450| 190 | 0.2 |10~12|2,700 | 1,900
(SK%%@DH) ~70 | 0.2 |8~16 |4,700 /2,100 | ~70 | 0.2 |10~203,800|2,5550 | ~70 | 0.2 |10~18|3,800 | 3,400
BE2SSHBLIT (Jg>6<17§2) 120 | 0.2 | 8~16 3,500 1,400 | 120 | 0.2 |10~20|2,900|1,750 | 120 | 0.2 |10~18| 2,900 | 2,350
O ) 160 | 0.2 | 8~10 |3,000|1,100| 190 | 0.2 |10-12| 2450|1300 190 | 0.2 |10-12|2.450]1,750
7U)\_'\“yﬂ ~ ~ ~ ~ ~ ~
iy P o 70 1 0.2 | 8~16 | 4,350 | 1,750 | ~70 | 0.2 |10~20|3,500|2,100| ~70 | 0.2 |10~18| 3,500 | 2,800
BSS036HRC | yce102 | 120 | 0.2 | 8~16 3,250 |1,200| 120 | 0.2 |10-20|2,650|1,450 | 120 | 0.2 |10~182,650 | 1,950
(1,231, P20) 160 | 0.2 | 8~10|2,750 | 950| 190 | 0.2 |10~12|2250|1,150| 190 | 0.2 | 10~12|2,250 | 1,500
T\~ R/ ~70 | 0.2 |8-16|4,000| 960| ~70 | 0.2 |10~20|3,200|1,150 | ~70 | 0.2 |10~18 3,200 | 1,500

(NAKEO, HPM1, P21)
RCI8ASHRC | yce102 | 120 | 0.2 | 8~16 13,000 600| 120 | 0.2 [10-20{2400 720| 120 | 02 |10-18|2,400| 960
o) 160 | 0.2 | 8-10|2550| 500| 190 | 0.2 [10-12]2,050| 600| 190 | 0.2 [10-12[2050| 800
] ﬁlﬂ ~~ ~ ~~ ~ ~~ ~

S e 70 | 02 | 8~16 2,000 400|~70 | 0.2 |[10~20|1,600| 480| ~70 | 0.2 |10~18| 1,600 | 640

Bed252HRC | jca102 | 120 | 0.2 | 8~16 |1,600| 320| 120 | 0.2 |10~201 1,280 380| 120| 0.2 [10~18]1,280 510

Hardened die steel

(1.2432{2,2?4%%79) 160 | - - - - 190 | - - - - 190 | - - - -

ﬁm ~~ ~ ~~ ~ ~~ ~
(SKD'_SLD. DC11) 70 | 0.2 | 8~16 | 1,400 200 70| 0.2 |10~20 1,120 240 70 | 02 |10~18| 1,120 320

fiEt55-62HRC
FRCS662HAC | yce102 | 120 | 0.2 | 8~16 1,000 100| 120 | 0.2 [10-20| 800| 120| 120 | 02 |10~18 800 | 160

" | el - [ - [ - | - [w| - |- [ -] - e - |-[-]-

(§§ Fi%) ~70 | 02 |8-16 |4,000|1,600| ~70 | 0.2 [10-20|3,180|1,910| ~70 | 0.2 |10~18] 3,180 | 2,540
BE300HBLLT | jog102 | 120 | 0.2 | 8~16 13,000 900| 120 | 0.2 |[10~20|2,390 1,080| 120 | 0.2 |10~18| 2,390 1,430

Grey & Nodular cast iron

e

plaG. oac) 160 | 02 | 8-10|2600| 520| 190| 0.2 |10~12]2070| 630| 190 | 02 |10~12/2,070| 830
Az ~70 ] 02 |8~16|3,600]1,080| ~70 | 02 |10-20]2,860|1290| ~70 | 02 [10-18/2.860 | 1,720
SUS304

BS2SOHBLIT U010z | 120 | 0.2 | 8-162700| 650| 120 | 02 [10-20|2070| 70| 120| 02 [10-18|2070 1,000
Below 250115 160 | 02 | 810 |2340| 470| 190 | 0.2 |[10-12]1590| 480 190 | 02 [10-12]1,500 | 640
e ~70| 02 |8-16|1,000] 300| ~70 | 02 10-20| 800| 360|~70| 0.2 |10-18| 00| 480
(i) |Jce102 | 120 | 02 | 8~16| 600| 120| 120 02 |10-20| 480 150| 120| 0.2 |10-18] 480 | 200
antumatioy 160 | 02 | 8~10| 600 120| 190 | 02 |10-12| 480 150 190| 0.2 |10-12| 480| 200

R ILRINVEBHELRE, ap: hAROYNAKRE, Qe: EEAROYNAHKZERE, N TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEFEIE
1) LRROYIEIEA S MRS SO 7 — 7RSS U TREEC 280,

)V RELEGEIE YhAARS & LEEHES RSV H BV EEEREE T TERL LSV,
HWBNAREDHZE IR FTVAHFRI LR LWL EIV RN SV VIET I THERAC SV,

4) I7—70O—-ICENTIKTREDIBEIT TSV IS IHBMCTOF v ET « I TR FRIEBITER 230,

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.



MOdUIar Heads FULL LINEUP

QMTYIRX EJVa15—Av R ELHIRM
TYPE Recommended cutting conditions for MQX and MSN
QMY Y I AMAXH (EEt LIFRYPHWHE:F YD) + BE—& (EY15—~y REA—IViBEY +>27—I\) YPHW-type (For bottom face finishing)

TE® (mm) Tool dia.

wmu s |77 25 25/26
Work materials L RE No. of teeth 4N F#E No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n T
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁsﬂsc) ~90 0.2 12.5~25 | 3,400 3,400 ~90 0.2 12.5~22 | 3,400 4,250
fES250HBLITR | CX75
Coonimd T ucsion| 140 02 | 125-25 | 25500 | 2,000 140 02 | 125-22 | 2,500 | 2,500
5050, 55) 210 | 02 | 125415 2200 | 1550 | 210 | 02 | 125-15 | 2200 | 1,900
gsrS | 90 02 | 125-25 | 3050 | 2,750 90 02 | 12522 | 3050 | 3,400
o |ucsion 140 02 | 125-25 | 2250 | 1,800 140 02 | 125-22 | 2250 | 2,250
e asties) 210 | 02 | 125415 | 2000 | 1400 | 210 | 02 | 125-15 | 2000 | 1,750
JUN\— R ~ N ~ .
e ) 90 02 | 125-25 | 2,800 | 2250 90 02 | 125-22 | 2,800 | 2,800
B 30-3BHRC | yce102 | 140 02 | 125-25 | 2,100 | 1,500 140 02 | 125-22 | 2100 | 1,900
(1.2511, F20) 210 | 02 | 125415 | 1800 | 1200 | 210 | 02 | 125415 | 1800 | 1,500
TUIN\—R 4 ~ - ~ ~
BT o) 90 02 | 12525 | 2550 | 1,250 90 02 | 12522 | 2550 | 1,500
B 38.43HRC | ycet02 | 140 02 | 12525 | 1,900 750 140 02 | 125-22 | 1,900 950
eginel 210 02 | 125-15 | 1,650 650 210 0.2 | 125-15 | 1,650 850
= i ~ ~ ~ ~
s 90 02 | 125-25 | 1270 510 90 02 | 125-22 | 1,270 640
H@f‘g'gzz?’ s Jce102 | 140 02 | 125-25 | 1,020 410 140 02 | 125-22 | 1,020 510
“42-52HRC 210 - - - - 210 - - - -
BEATSE ~ Ny ~ ~
Rt 90 02 | 125-25 890 250 90 02 | 12522 | 890 310
H(i"?%ﬁid s Joe102 | 140 02 | 125-25 640 130 140 02 | 125-22 | 640 160
‘S5-62HRC 20 | - - - - 210 | - - - -
& = ~90 02 | 125-25 | 2550 | 2,040 | ~90 0.2 | 125-22 | 2550 | 2,550
FEE300HBLL TR
Greyﬁ(&Noduwimn Jce102 | 140 02 | 12525 | 1910 | 1,150 140 02 | 125-22 | 1910 | 1,440
pic, GGl 210 02 | 12515 | 1,660 660 210 02 | 125415 | 1,660 820
RZAAE ~90 02 | 12525 | 2290 | 1370 | ~90 02 | 12522 | 2290 | 1,710
SUS304
200 |uce102 | 140 02 | 125-25 | 1,660 800 140 02 | 12522 | 1,660 | 1,000
ainless stee
Below 250HB 210 02 | 125-15 | 1270 510 210 02 | 125-15 | 1270 640
N ~90 02 | 12.5~25 640 380 | ~90 02 | 125-22 | 640 480
Vi
(Ti6A-av) | Jceto2 | 140 02 | 125-25 380 150 140 02 | 125-22 | 380 190
Titanium alloy
210 02 | 125-15 380 150 210 02 | 12515 | 380 190

R ILRINVEBHELRE, ap: SiAROYNAHKRESE, Qe: FEAROYNAHKERE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, n : Spindle speed, Vf: Feed speed

BERALOEEFEIE
1) LERROTIAIEAE RIS SO T7— 7RIS U TREEC 280,

VUV RELLGEIE YhAARS & LEBES I BERS LW ESV HBWVEEEREE T TERL LSV,
DHWMBATREDHZE IR FTVAHFRIER LIV RICNS SV VIET I THER SV,

4) IT7—7A—IC &I KFRRELIBEIToTIZE WV BT SIUMCTOF v EF A I TR KFRIBITERL 20

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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY Y I AMAXH (EE{TLIFRYPHWEF YD) + BE—& (EYa15—~y REA—ILiBIEY +>27—I\) YPHW-type (For bottom face finishing)
TE®& (mm) Tool dia.

wua | TV 32 32/35
Work materials k= H# No. of teeth 5N HE No. of teeth 6N
Grades 2 ap ae n Vi g ap ae n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
JFE ~100 0.2 16~32 | 2,650 | 3300 | ~100 0.2 16~30 | 2,650 | 3,950
O™ lushio| 180 | 02 | 16-32 | 2650 | 3,300 150 | 02 | 16-30 | 2,650 | 3,950
5050, Ca), 210 | 02 | 1632 | 2000 | 2,000 210 | 02 | 16-30 | 2000 | 2.400
e ~100 0.2 16~32 | 2400 | 2,700 | ~100 0.2 16~30 | 2400 | 3,200
RZBSHBLL T (Jgggz) 150 0.2 16~32 | 2400 | 2,700 150 0.2 16~30 | 2400 | 3,200
etciale i 210 | 02 | 1632 | 1800 | 1,800 210 | 02 | 16-30 | 1800 | 2150
o o Pa ~100 0.2 16~32 | 2200 | 2200 | ~100 0.2 16~30 | 2200 | 2,600
S 30-36HRC | yc6102 150 0.2 16-32 | 2,200 2,200 150 0.2 16~30 | 2200 | 2,600
(12511, P20) 210 | 02 | 16-32 | 1650 | 1500 210 | 02 | 16-30 | 1650 | 1,800
AR ~100 0.2 16~32 | 2,000 | 1200 | ~100 0.2 16~30 | 2,000 | 1,450
R 38-43HRC | c6102 150 0.2 16~32 | 2,000 1,200 150 0.2 16-30 | 2,000 | 1,450
2 gRel 210 | 02 | 16-32 | 1500 750 210 | 02 | 16-30 | 1,500 900
AN ~100 0.2 16~32 | 1,000 500 | ~100 0.2 16~30 | 1,000 600

(SKD61. DAC, DHA)
Bz42-52HRC | 06102 150 0.2 16~32 | 1,000 500 150 0.2 16~30 | 1,000 600

Hardened die steel
(1.2344,1.2379)

T0.5OHRC 210 0.2 | 16~20 800 400 210 0.2 16~20 800 480
AN ~ Ny ~ 5
s 100 02 | 16-32 700 250 100 0.2 16~30 700 300
H(ar;ened fosd Jest02 | 150 02 | 16~32 700 250 150 0.2 16~30 700 300
12344, 1.2379 210 | 02 | 16~20 500 130 210 | 02 | 16~20 500 160
& B ~100 02 | 16~32 | 1990 | 1990 | ~100 0.2 16~30 | 1,990 | 2,390
o | Jet02 | 150 | 02 | 16-32 | 1990 | 1,990 150 | 02 | 16-30 | 1990 | 2,390
piG, Coe 210 | 02 | 16-32 | 1,290 970 210 | 02 | 16-30 | 1290 | 1,160
Az ~100 02 | 16-32 | 1790 | 1340 | ~100 0.2 16~30 | 1,790 | 1,610
SUS304
WE250HBIT |Uc6102 | 150 02 | 16~32 | 1,790 | 1,340 150 0.2 16~30 | 1,790 | 1,610
tainless stee
Below 250HB 210 02 | 16-32 | 1,290 770 210 0.2 16~30 | 1,290 920
~100 0.2 | 16~32 500 380 | ~100 0.2 16~30 500 460
FovES
(Ti6A-4V) | Jc6102 | 150 0.2 | 16~32 500 380 150 0.2 16~30 500 460
Titanium alloy
210 0.2 | 16~20 300 150 210 0.2 16~20 300 180

R ILRINVEBHELRE, ap: hAROYNAKRE, Qe: EEAROYNAHKZERE, N TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEFEIE
1) LRROYIEIEA S MRS SO 7 — 7RSS U TREEC 280,

)V RELEGEIE YhAARS & LEEHES RSV H BV EEEREE T TERL LSV,
HWBNAREDHZE IR FTVAHFRI LR LWL EIV RN SV VIET I THERAC SV,

4) I7—70O—-ICENTIKTREDIBEIT TSV IS IHBMCTOF v ET « I TR FRIEBITER 230,

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.



MOdUIar Heads FULL LINEUP

QMR Y IR EJa5—Av R EEEIRE
TYPE Recommended cutting conditions for MQX and MSN
QMY Y I AMAXH (EEt LIFRYPHWHEF YD) + BE—& (EY15—~y REAA—IViBEY +>27—I\) YPHW-type (For bottom face finishing)

TE®Z (mm) Tool dia.

wmu |77 40
Work materials | & H#L No. of teeth 6N HEL No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
L8 ~100 0.2 | 20~40 | 2100 | 3150 | ~100 | 02 20-38 | 2,100 | 3,650
fES250HBLITR | CX75
CRUHBLT | xioy| 150 0.2 | 20~40 | 2100 | 3,150 150 | 02 20-38 | 2,100 | 3,650
5050, 55) 210 | 02 | 2040 | 1570 | 1,900 210 | 02 | 2038 | 1570 | 2200
st | 100 02 | 20~40 | 1890 | 2,850 100 | 02 20-38 | 1,890 | 3,300
( SHRHE el 150 0.2 | 20~40 | 1890 | 2,850 150 | 02 20-38 | 1,890 | 3,300
12044, 1.2919 210 02 | 20-40 | 1410 | 1,700 210 | 02 | 2038 | 1410 | 2,000
JUN—R8l ~ N ~ By
s 100 02 | 20-40 | 1,750 | 2,100 100 | 02 20-38 | 1,750 | 2,450
BES03BHRC | yce102 | 150 | 02 | 20-40 | 1,750 | 2,100 150 | 02 | 20-38 | 1,750 | 2,450
(1.2511, F20) 210 | 02 | 20-40 | 1300 | 1400 210 | 02 | 2038 | 1300 | 1650
TUIN—R 4 ~ - ~ -
B T oo 100 02 | 20~40 | 1600 | 1,150 100 | 02 20-38 | 1,600 | 1,350
W I8ASHRC | yce102 | 150 | 02 | 20-40 | 1,600 | 1,150 150 | 02 | 20-38 | 1600 | 1,350
eginel 210 0.2 | 20~40 | 1,200 720 210 | 02 20-38 | 1,200 840
'+ ﬁm ~~ ~ ~~ ~
S S 100 02 | 20-40 800 480 100 | 02 20~38 800 560
BSA25BHAC | yost02 | 150 | 0.2 | 20~40 800 480 150 | 02 | 20-38 800 560
(1:2344,1.2879) 210 0.2 | 20-40 640 380 210 | 02 20~38 640 440
5 A58 ~ N ~ N
sl 100 0.2 | 20~40 560 240 100 | 02 20~38 560 280
H(argened Gesi Jcet02 | 150 0.2 | 20~40 560 240 150 | 02 20~38 560 280
12344, 12979 210 0.2 | 20~40 400 120 210 | 02 20~38 400 140
R ~100 02 | 20-40 | 1590 | 1910 | ~100 | 02 20-38 | 1590 | 2,230
e | Jeto2 | 150 | 02 | 20-40 | 1590 | 1910 150 | 02 | 20-38 | 1,500 | 2,230
plG, 666) 210 | 02 | 2040 | 1190 | 1,070 210 | 02 | 2038 | 1190 | 1,250
L2 ~100 0.2 | 20-40 | 1430 | 1030 | ~100 | 02 20-38 | 1430 | 1,200
SUS304
TX2S0HBIT | Jos102 | 150 0.2 | 20~40 | 1430 | 1,030 150 | 02 20~38 | 1,430 | 1,200
tainless stee
Below 250HB 210 0.2 | 20~40 | 1,030 620 210 | 02 20~38 | 1,030 720
~100 02 | 20-40 400 360 | ~100 | 02 20~38 400 420
FyUESR
(T-6A-4V) | Jcst02 | 150 0.2 | 20-40 400 360 150 | 02 20~38 400 420
Titanium alloy
210 0.2 | 20~40 240 140 210 | 02 20~38 240 170

R ILRINVEBHELRE, ap: SiARIDOYNAHKRESE, Qe: EEAROYNAHKRE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEEEIR
1) LERROYIEIEAE MRS SO T7— 7RIS U TREEC 280,

VUV RELLGEIE YhAARS £ LEBES I HERSLTESV HBWEEEREE T TERL LSV,
DHWMBNAREDNHZE I FTVAHFRIER LWL EIV RICNS SV VIET U THERAC SV,

4) I7—7A—IC &GN KFRRELIBEIToTIEE WV BT SIUMCTOF v EF A I TR K FRIBITERL £ E0,

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.



// DIJET



MOdUIar Heads FULL LINEUP

Recommended cutting conditions for MPM and MSN
QM= )IVMPMZ(EEDHEOMT/WHF v D) + EE—®(EY 15—~y RAZ—IVEEY v+ 7—)\) EOMT/W-type

TER (mm) Tool dia.

wul it | FYT 10/11 12/13 16/17
Work materials | M XL No. of teeth 2N H#L No. of teeth SN X% No. of teeth 4N
Grades [ 2 ar | ae n Vi | 2 a | ae n Vi | @ a | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(Sgcﬁsﬁ% 50 | 0.3 | ~6 38204580 60 | 03 | ~8 | 3180|5720| 70 | 0.4 | ~12 | 2,390 | 8,600

fE&250HBLLT | JC8050 — — _
Cohonest " |(Jis1e)| 75 | 0.25 | ~6 3440|3720 80 | 0.25 | ~8 |2860|4630| 120 | 03 | ~12| 2150 6970

po50,058) 100 | 02 | ~5 3060|2940 110 | 0.2 | ~7 | 2540 3660| 160 | 0.25 | ~12 | 1,910 | 5500

TEH ~ =~ ~
(SKD6T SKDT) 50 | 0.3 6 | 3,500 |4200| 60 | 0.3 8 129205260 70 | 04 12 | 2,190 | 7,880

RE205HBEIT | JCB0S0 | 75 | 0o | g | 3150 |3400| 80 | 0.2 | ~8 | 2630|4260 120 | 03 | ~12 | 1,970 | 6,380

Die steel (JC5118)
(1.2344,1.2379)

i 100 | 015 | ~5 | 2,800 | 2,690 | 110 | 015 | ~7 |2340|3370| 160 | 025 | ~12 | 1,750 | 4,900
T\~ E Vil - - ~

G| 50 | 0.3 6 |3500|4200] 60 | 0.3 8 | 2920|5260 70 | 04 | ~12 ] 2190 7880
TLIoHRC | 80501 75 | 025 | ~6 | 3150 3400 80 | 025 | ~8 | 2630|4260 120 | 03 | ~12| 1970 6380
(1,231, P20) 100 | 02 | ~5 2,800 2690 110 | 0.2 | ~7 |2.340 3370 | 160 | 0.25 | ~12 | 1750 | 4900
TUN\=R>/ 50 | 03 | ~6 |2860] 3150 60 | 03 | ~8 |2:390|3940| 70 | 0.3 | ~12 | 1,790 | 5,010

(NAK80, HPM1, P21)

BSGASHRC | JC80S0 | 75 | 095 | ~6 | 2570 |2540| 80 | 025 | ~8 | 2150 | 3190| 120 | 025 | ~12 | 1610 | 4,060

JC5118
(1.2311, P21) ( )

-

A 100 | 02 | ~5 2290 |2010| 10 | 02 | ~7 | 1,910|2520| 160 | 02 | ~12 | 1,430 | 3,200
| S ~ ~ ~
AN . 50 | 025 | ~6 | 2230|2230 60 | 025 | ~8 |1,860|2790| 70 | 0.3 12 11,390 | 3,340

fEc42-62HRC | JC5118 -~ - -
s | Gcsosm| 751 015 | ~6 | 2010 1810 80 015 | ~8 | 1670|2250 | 120 | 0.2 | ~12 | 1250 | 2700

(1.2344,1.2379)

ioisliRC 00| - | - | -] -] -] -] -] -]w|-]-]-]-
AN ~ ~ =

s 50 |01 | ~6 | 950 470 60 |01 | ~8 | 80| 600 70 | 015 | ~t2| 600 600

e el 75 | = | = | = | = | 80| - | - | - | - [10]01 |~2]| 540| 490

Hardened die steel [ EOMW#z

(1.25?:54}%1,2?4%%79) 100 _ _ - - 110 = - - - | 160 - - - B

(% F(%*D) 50 | 0.3 | ~6 | 4780|5740 60 | 0.3 ~8 [3980| 7160 70 | 04 | ~12 | 2,980 10,730

BE300HBLAT | o511 | 75 | 025 | ~6 | 4,300 4,640| 80 | 0.25 | ~8 | 3,580 | 5800| 120 | 0.35 | ~12 | 2,680 | 8,680

Grey & Nodular cast iron

o856, 666 100 | 02 | ~6 3820|3670 110 | 02 | ~8 | 3180 4580 | 160 | 03 | ~12 | 2380 | 6850
Az 50 | 03 | ~6 | 3820|4580 60 | 03 | ~8 | 3180|5720| 70 | 04 | ~12 | 2,390 | 8,600
Us304

fES250HBIAT | JC8050 [ 75 | 0.2 | ~6 | 3,440 3,720 80 | 0.2 ~8 |2860|4630| 120 | 0.3 | ~12 | 2,150 | 6,880

Stainless steel

Below 250HB 100 | 015 | ~5 |3,0602940| 110 | 015 | ~7 | 2,540 3,660 160 | 0.25 | ~12 | 1,910 | 5,350

5 | 03 | ~6 | 1910|1910 60 | 0.3 ~8 1590|2380 70 | 03 | ~12 | 1,190 | 2,380

FovaR
(Ti-6AL4Y) (jggggg) 75 | 02 | ~6 | 1,720 | 1550| 80 | 0.2 | ~8 | 1430|1930 | 120 | 025 | ~12 | 1,070 | 1930
Titanium alloy

100 | 015 | ~5 | 1,530 1220| 110 | 015 | ~7 | 1,270 | 1,520 | 160 | 0.2 | ~12 | 950 | 1,520

50 | 03 | ~6 | 950| 760| 60 | 03 | ~8 | 800| 960| 70 | 03 | ~12| 600| 960
MWHRSE | 05148

(Inco718) (JC8050) 7% 102 | ~6 | 80| 760 80 | 0.2 ~8 720 780 120 | 0.25 | ~12 | 540 | 780

| |
feone 100 | 045 | ~5 | 760| 610| 110 | 015 | ~7 | 640| 610| 160 | 02 | ~12 | 480| 610

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHMES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERLOEESEE
1) _EEEDOTIEISEAEE RIS LT — JRIEICIE U TREE S0,

) UV HRELESEE TIAAREE LTHEL N HRCLTKEIV H BV EEEEEE T TUER L,
BB ARENSE I ETPRAREERLTLKEIV RSN LV VIE T THALEE L,

4) T7—7O0—IC &N CTRREWIBEIT>TLAEIWV, BT IHMCTOF v ET A IIITIREIN KFRIBISTEL S,

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.



QM) (REIHISRG

/A:)IJEI
i iti
TYPE Recommended cutting conditions for MPM and MSN

QMEZJVMPME(EiEDREOMT/WEF v D) + BE—B(EYV15—~\v REF—ILEBEY v+ 7—I\) EOMT/W-type
TE R (mm) Tool dia.

wmus |27 20/21 %
Work materials g HEL No. of teeth BN HEL No. of teeth BN
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
RS ~ ~
R o o 0s o T | osn | w0 os |~ 1w | 7o
Carbon steel (JC5118) : ’ ’ : ’ ’
£050,055) 190 025 | ~14 | 1530 | 55100 | 210 025 | ~18 | 1220 | 5270
TE8 ~ ~
el 0 e | h e e
(12941 15579y W58 : ’ ’ : ’ ’
Bolow 255118 190 0.25 ~14 1,400 5,040 210 0.25 ~18 1,120 4,840
TUN—R Y ~ ~
O T R B F A £
e oo | e | e
30-36HRC 190 0.25 ~14 1,400 5,040 210 0.25 ~18 1,120 4,840
‘@Eﬁé@ﬁ% s 70 0.3 ~14 1,430 5,000 9 0.3 ~18 1,150 4,830
st | (16518 120 0.25 ~14 1,290 4,060 140 0.25 ~18 1,040 3,930
38-43HRC 190 0.2 ~14 1,140 3,190 210 0.2 ~18 920 3,090
BEANEE 70 03 ~14 1,110 3,330 90 0.3 ~18 890 3,200

(SKD6, DAC, DHA)

fE&42-562HRC | JC5118 - _
st [ csoam| 120 | 02 14 | 1,000 | 2700 | 140 02 18 800 | 2,590

(1.2344,1.2379)

42-52HRC 190 - - - - 210 - - - -
AT ~ ~
B el ar o | o o s | s
igmatdssnn e ' '
55-62HRC 190 - - - - 210 - - - -
&2 70 0.4 ~14 | 2390 | 10,750 90 0.4 ~18 | 1910 | 10310
N .
gﬁ@gﬁ&%ﬁ Jestis | 120 035 | ~14 | 2150 | 8710 | 140 035 | ~18 | 1720 | 8360
Below 300HB 190 0.3 ~14 | 1910 | 680 | 210 03 ~18 | 1530 | 6610
2FYLAH 70 0.4 ~14 | 1,910 | 8600 90 0.4 ~18 | 1,530 | 8260
ﬁﬁsc_é%i%oé}ééf JC8050 | 120 0.3 ~14 | 1,720 | 6970 | 140 03 ~18 | 1,380 | 6710
Below 250H8 190 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
v 70 0.3 ~14 950 | 2,380 90 03 ~18 760 | 2,280
(Ti6A-ay) | e 120 025 | ~14 860 | 1940 | 140 025 | ~18 680 | 1,840
enumeley 190 | 02 | ~14 | 760 | 150 | 210 | 02 | ~18 | 610 | 1460
smas | oo 70 0.3 ~14 480 960 90 03 ~18 380 910
(nooris) | icsosey| 120 025 | ~14 430 860 | 140 025 | ~18 340 730
190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

R IVRINEHURE, ap: MARDEYNAALRE, Ge: FRAMDYNAARE, n: TEMEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BiERA EDFEEIE
1) LEEDOYIEISEA S MRS SO 7— ZBIMEICIE U TREE 280,

UV N RELIIGE R TAARS & LREIEL Y HERLTEEIV . HDWVIEEEERE T TER SV,
DEMEN N RENHZE IR FTTPAARE LR LTIV RICNS SV VIE T TERL 28V,

4) I7—=70O—-ICEN TV KTRRELIBEIT TSN B AIHBMCTOF v ET « I TIAN4) <FRIBITER 280,

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.



MOdUIar Heads FULL LINEUP

QM= )L RHECIRISEE

Recommended cutting conditions for MPM and MSN
QM= IJLMPM# (FZEDREOMT/WHF v J) + BE—# (EVa15—Av RAZ—IVEBEY v+ 7—I\) EOMT/W-type

TE®& (mm) Tool dia.

Ml 41 i&g 30 32
Work materials 5 F#E No. of teeth 7N F#E No. of teeth 8N

R 2 ap ae n Vi 2 ap ae n 3
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)

P —~ ~
E%@Oﬂ%ﬁ? . 100 0.4 22 | 1270 | 8000 | 100 0.4 24 | 1190 | 8570
CEOOHBLIT | eased | 150 0.3 ~22 | 1140 | 6460 | 150 0.3 ~24 | 1070 | 6930
5050, 08, 210 0.25 ~20 | 1020 | 5140 | 210 025 | ~24 950 | 5470

TE® ~ ~
s | 100 0.4 22 | 1170 | 7370 | 100 0.4 24 | 1090 | 7,850
((—Die S [ucsre 150 0.3 ~22 | 1050 | 5950 | 150 0.3 ~24 980 | 6350
1.2344, 12979 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010

50— RVg — N
s | 100 0.4 22 | 1170 | 7370 | 100 0.4 24 | 1090 | 7,850
TEU-IBHRC | 0800|150 0.3 ~2 | 1050 | 5950 | 150 0.3 ~24 980 | 6350
(1,231, P20) 210 0.25 ~22 940 | 5330 | 210 025 | ~24 870 | 5,010

TUI\— R4 ~ ~
g 100 0.3 22 950 | 4660 | 100 0.3 24 900 | 5040
(LMoId S | Uest) 150 0.25 ~22 860 | 3790 | 150 025 | ~24 810 | 4,080
12811, bl 210 0.2 ~22 760 | 2980 | 210 0.2 ~24 720 | 3.220
BN 100 0.3 ~22 740 | 3110 | 100 0.3 ~24 700 | 3360

(SKD67, DAC, DHA)

IE&42-52HRC | JC5118 - —
e e | oo 150 | 02 22 670 | 2530 | 150 02 24 600 | 2590

(1.2344, 1.2379)

EOHRG 210 0.15 ~22 590 1,980 | 210 0.15 ~24 500 1,920
AN ~ ~
oS | 100 0.15 22 320 560 | 100 0.15 24 300 600
FE?;E—’%ZZ" i e | P 150 0.1 ~22 290 460 | 150 0.1 ~24 270 490
55-62HRC 210 - - - - 210 - - - -
& = 100 0.4 ~22 | 1590 | 10,000 | 100 0.4 ~24 | 1,490 | 10,730
B | yestis | 150 035 | ~22 | 1430 | 8110 | 150 035 | ~24 | 1340 | 8,680
o6, 66G) 210 | 03 ~2 | 1270 | 6400 | 210 03 ~24 | 1190 | 6850
A7l 100 0.4 ~22 | 1270 8,000 | 100 0.4 ~24 | 1,190 8,570
SUS304
W250HBLIT: | J08050 | 150 0.3 ~22 | 1,140 6,460 | 150 0.3 ~24 | 1,070 6,930
tainless stee
Below 250HB 210 0.25 ~22 | 1,020 5140 | 210 0.25 ~24 950 5,470
R 100 0.3 ~22 640 2240 | 100 0.3 ~24 600 2,400
FIYEE | o518
(TH6A-4Y) | ceneey| 160 0.25 ~22 580 1830 | 150 0.25 ~24 540 1,940
Titanium alloy
210 0.2 ~22 510 1430 | 210 0.2 ~24 480 1,540
. 100 0.3 ~22 320 900 | 100 0.3 ~24 300 960
MWARSE | 05118
(INCO718) 150 0.25 ~22 290 730 | 150 0.25 ~24 270 780
Inconel (JC8050)
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHMES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERLOEESEE
1) _EEEDOTIEISEAEE RIS LT — JRIEICIE U TREE S0,

) UV HRELESEE TIAAREE LTHEL N HRCLTKEIV H BV EEEEEE T TUER L,
BB ARENSE I ETPRAREERLTLKEIV RSN LV VIE T THALEE L,

4) T7—7O0—IC &N CTRREWIBEIT>TLAEIWV, BT IHMCTOF v ET A IIITIREIN KFRIBISTEL S,

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.



A/ oroET
H.S.C. recommended cutting conditions for MPM and MSN

QM= JVMPMF (SEEHAEOHWH:F v J) + BE—& (EVaS5—~y REA—IVBIEY v 7—I\) EOHW-type
TE®Z (mm) Tool dia.

QML EZEL ISR

wu s | TYT 10/11 12/13 16/17
Work materials | 47& H# No. of teeth 2N X No. of teeth 3N X No. of teeth 4N
Grades | 2 ap | ae n Vi | 2 ap | ae n Vi | 2 ap | ae n f
(mm) (mm) | (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)
TUN—=RVif 50 | 025 | ~6 |6,3705,100| 60 | 0.25 | ~7 |53006,360| 70 | 0.3 | ~12 3,980 7,960

(NAK80, HPM1, P21)
i 38-43HRC | yog102 | 75 | 02 | ~6 | 5730 4,080| 80 | 02 | ~7 | 4770|5090| 120 | 0.25 | ~12 | 3,580 | 6,370

Mold steel
2511, P21) 100 | 015 | ~5 51003260 110 | 0.15 | ~6 | 4,240 4,070| 160 | 0.2 | ~12 | 3,180 | 5,090
HEANGE 50 | 02 | ~6 |4770]4290| 60 | 02 | ~7 |3,980|5370| 70 | 025 | ~12 | 2,980 | 5,960

Ftt
Hardened die steql | °C6102| 75 | 015 | ~6 4,290 13430 80 | 0.15 | ~7 |3580|4300| 120 | 02 | ~12 2,680 4,770

(1.33:_1;;}4%3079) 100 | - _ _ - 110 | = = = - | 160 | - - - -

JRANE 50 | 0.1 ~6 (2550|1530 60 | 0.15 | ~7 |2,120(1,900| 70 | 0.15 | ~12 (1,590 | 1,900
(SKD11, SLD, DC11)

H555-62HAC T o R -
I-Qardened die ste;el Je6102 1 75 80 120 | 0.1 12 11,430 | 1,520
1.2344,1.2379
55-62HRC 100 | - - - - | 10| - - - - | 160 | - - - _

2 IVRINEBHLESR, ap: ARIDYNIAHKRS, Qe: ¥ RABDYTNAKES, N : TEMEERE, Vi EW)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERLOEEEE
1) LEEDEIBISR M MRS S 07— JRIMEICIE U TR SN,

2) U PRELLIBEIE VIAARSE ETHEL ) HRLTLEIV S BV EAEEREE T TERA LSV,

3) EMEINRENB S ETUPAARIERL LT ESV RICNE LU VIETIF TERL LWL,

4) T7—7O—IC &K TRREVIBET TSIV, S IHMCTOF v ET A ML TIRYIN K FRIBISTEL LS,

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.



MOdUIar Heads FULL LINEUP

QML EEEL ISR

H.S.C. recommended cutting conditions for MPM and MSN
QM= IVMPM# (SEBE#MAEOHWRF v D) + BE—# (€Y 15—y RRAA—IVEBEY v+ 7—I\) EOHW-type

TE&R (mm) Tool dia.

wu s | FY7 20/21 25
Work materials ZE X% No. of teeth BN X% No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

TUN\— Rl 70 0.3 ~14 3,180 7,960 90 0.3 ~18 2,550 7,650

(NAK80, HPM1, P21)

Eﬁ?{;ﬁg’:ﬁc JC6102 | 120 0.25 ~14 2860 | 6,370 140 0.25 ~18 2290 | 6120
12511, P21) 190 | 02 ~14 | 2540 | 5090 | 210 | 02 ~18 | 2040 | 4,900
AN 70 0.25 ~14 2,390 5,960 9 0.25 ~18 1,900 5,700

P
(& H ~ ~

I-Eardene b dieste(;l Jc6102 | 120 0.2 14 2,150 4,770 140 0.2 18 1,710 4,560
1.2344,1.2379
42-52HRC 190 - - - - 210 - - - -
BEANG 70 0.15 ~14 1,270 1,900 1) 0.15 ~18 1,020 1,840

Aty

r%af&ene ; diestet)el Jc6102 | 120 0.1 ~14 1,140 1,520 140 0.1 ~18 920 1,470
1.2344,1.2379
55-62HRC 190 - - - - 210 - - - -

TE®& (mm) Tool dia.
wa | TV 30 32
Work materials 2L F# No. of teeth 7N F# No. of teeth 8N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

TUN—RVEE 100 0.3 ~22 2,120 7,420 100 03 ~24 1,990 7,960

(NAK8O, HPM1, P21)

@ﬁmfe';m Jo6102 | 150 0.25 ~22 1,910 | 5940 150 0.25 ~24 1,790 | 6,370
12511, P21) 210 | 02 ~2 | 1700 | 4750 | 210 | 02 ~24 | 1590 | 5090
AN 100 0.25 ~22 1,590 5,560 100 0.25 ~24 1,490 5,960

P
L ) ~~ ~~

e e oG | ceto2 | 150 0.2 22 1,430 4,450 150 0.2 24 1,340 4,770
M2 e 210 | 015 | ~22 | 1270 | 3560 | 210 | 015 | ~24 | 1,190 | 3810
BEANG 100 0.15 ~22 850 1,780 100 0.15 ~24 800 1,900

ey
(& - ~ ~

H(ardene p dieste)el Jc6102 | 150 0.1 22 760 1,430 150 0.1 24 720 1,520
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -

R IVRINEHULRE, ap: ARDYNAALRE, Ge: ¥RABOYNAAREE, n: TEEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERALOEEEIE

1) EEEDOYIAISEAE RIS LT — 7RSS TREE 20,

) UV RELEGEIR ThAARS £ LEEBES R L TSIV HBWEEERE E T TERL SV,
DEWBNAENHZE I} FTTAAFRSIERL LIV RN SV VIETIF TEBL SV,
4) I7—7O—ICENTYKTREEMIBEFToTLAZE W, BT AIMCTOF v ET ¢ T TR S FRIBITIFR 1280,

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.



QM) {REIRISR G

/A:)IJEI
i iti
TYPE Recommended cutting conditions for MPM and MSN

QM= JVMPME(BHIDAZOMTEFvJ) + BE—®(EY 15—~y REF—ILEBEY v+ 7—I\) Z0MT-type
TE&E (mm) Tool dia.

wula | Ty 10/11 12/13 16/17
Work materials | 418 FEL No. of teeth 2N F# No. of teeth 3N F# No. of teeth 4N
Grades [ 2 ap |apxae|] n Vi | @ ap |apxae] n Vi | @ ap |apxae] n Vi
(mm) | (mm) | (mm?) | (min?) |(mm/min)] (mm) | (mm) [ (mm?3) | (min™) [(mm/min)| (mm) | (mm) | (mm3 | (min™) |(mm/min)
R 50 | ~4.0| ~6.0 5,090 | 810 60 | ~4.0| ~8.04,2401,020( 70 | ~5.0~10.0| 3,180 | 1,020

(850C, $55C)

B 250HBIUT| Jo5118 T - o0l
2Bt T Jceoso)| 75 | ~12|~184580 | 640 | 80 |~17 ~26 3820 800| 120 | ~20 ~3.0|2860 800

080, 058 100 | ~0.5 | ~0.8|4,070 | 490 | 110 | ~0.6 | ~1.2|3390| 610| 160 | ~0.7 | ~1.3|2,540 610
TE# 50 | ~4.0|~6.0|4780 570 | 60 |~4.0 ~80 3980  720| 70 | ~5.0|~10.0/2990 | 720

(SKD61, SKD11)

fE&255HBLLITR| JC5118 ~19 | ~ ~7 = ~20| ~
LDiesteeI (JC8050) 75 12| ~1.8|4.300 | 430 80 17| ~2.6|3580| 540| 120 20| ~3.0|2,690 | 540

1.237
pl 2318 100 | ~0.5| ~08 3820 310 | 110 | ~0.6| ~1.2|3180| 380| 160 | ~0.7 ~1.3| 2,390 | 380
TUN— R 50 | ~3.0| ~4.0 3820 | 460 | 60 | ~3.0 ~45|3180| 570| 70 | ~40| ~6.0|2390 570

(HPM7, PX5, NAK8O, P20)

BEB04HRC) O8O 75 | ~12 ~1.6 /3440 | 340 | 80 | ~1.3 ~18 2,860 430| 120 | ~1.7 | ~2.2|2,150 | 430

(1.2311, P20)

30-434RC 100 | ~05| ~0.8|3,060 | 240 | 110 | ~0.6 ~1.0|2540| 300| 160 | ~0.6 ~1.1|1,910 300
(ﬁ F(%%?) 50 | ~4.0 | ~6.0 4780 | 760 | 60 |~4.0| ~80/3980| 960| 70 | ~5.0|~10.0/2,990 | 960

B 300HBIAT
Do & Nodir i n| JC5118 | 75 | ~1.2| ~1.84300 | 600 | 80 |~1.7|~26 3580 750| 120 | ~2.0|~3.0 2690 750

GG, GGG
BE;|0W300|-:B 100 | ~05| ~0.8 3,980 | 480 | 110 | ~0.6 | ~1.2 /3,180 570| 160 | ~0.7 | ~1.3|2,390 | 570
2F VLA 50 | ~4.0 | ~6.0 4,780 | 570 60 | ~4.0| ~8.0(3980| 720 70 | ~5.0/~10.0/2,990| 720
(SUS304)

fE250HBLLT| JC8050 75 | ~1.2| ~1.8 /4,300 | 430 80 | ~1.7| ~26|3,580| 540| 120 | ~2.0 | ~3.0/2,690 | 540
Stainless steel

Below 250HB 100 | ~0.5 ~0.8 /3,820 310 | 110 | ~06|~1.2|3,180| 380| 160 | ~0.7 | ~1.3/2,390| 380

R IVRINEHURE, ap: MARDEYNAALRE, Ge: ¥RAMDYNAARE, n: TEMERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BiERA EDFEEIE
1) LEEDOYIEISEA S FEMEIMES SO T7— ZEIEICIE U TREE 280,

UV N RELIBE I TAARS E LREIEL ) HERLTEEV . HDWVIEEERERE T TER SV,
IHHMBNREDHZE IR FFTTAAFRI LR LIV RICNS SV VIET I THEAL SV,

4) I7—=70O—ICEN PV KTRRELIBEIT TSN FHICAIHBMCTOF v ET « IIITIA)4) <FRIBITER 230N,

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.



MOdUIar Heads FULL LINEUP

MPM | QU= ik
TYPE Recommended cutting conditions for MPM and MSN
QM= JLMPME(BHIDAZOMTHF v J) + BE—#(TEY 15—y RRAZ—IVEBES v+ 7—I\) Z0MT-type

TER& (mm) Tool dia.

mun |77 20/21 =
Work materials iz H#4 No. of teeth BN T No. of teeth BN
Grades 2 ap apxae n Vi 2 ap apXae n Vi
(mm) (mm) (mm?) (min-") (mm/min) (mm) (mm) (mm?) (min-") (mm/min)
e 70 ~50 | ~160 | 2550 | 1,020 90 ~50 | ~200 | 2,040 980
(S50C, S55C) ’ ’ ,
e 200HBIIT (JJ8853153> 120 ~40 | ~80 | 2300 800 | 140 ~40 | ~100 | 1840 | 770
050, CB8)_ 190 | ~30 | ~40 | 2,040 610 | 210 | ~30 | ~80 | 1630 | 590
(SK[§6E1E<S,§l(mD11) 70 ~50 | ~160 | 2390 720 90 ~50 | ~200 | 1910 690
“E*Siiﬁ” (jgggég) 120 ~4.0 ~8.0 2,150 540 140 ~4.0 ~10.0 1,720 520
Bef;ﬁ%%)HB 190 ~30 | ~40 | 1910 380 210 ~30 | ~80 | 1530 370
TUN\— R 70 ~40 | ~160 | 1910 570 90 ~40 | ~200 | 1530 550
(HPM7, PX5, NAKS0, P20)
i 30-48HRC (j%‘;??g) 120 ~30 | ~80 | 1,720 430 | 140 ~30 | ~100 | 1380 | 410
(1.2311, P20) 190 | ~20 | ~40 | 1530 300 | 210 | ~20 | ~80 | 1220 | 290
(ﬁ Fé% 70 ~50 | ~180 | 2390 960 90 ~50 | ~250 | 1,910 920
g%ﬁgm?atﬁmﬁ JC5118 | 120 ~40 | ~100 | 2150 750 140 ~40 | ~120 | 1,720 720
Bffoam‘, 23&)3 190 ~30 | ~50 | 1910 570 210 ~30 | ~90 | 1530 550
2524 70 ~50 | ~160 | 2390 720 90 ~50 | ~200 | 1910 690
(SUS304)
FEc250HBLLT| JC8050 | 120 ~40 | ~80 | 2150 540 140 ~40 | ~100 | 1,720 520
Stainless steel
Below 250HB 190 ~3.0 ~4.0 1,910 380 210 ~3.0 ~8.0 1,530 370
TE®Z (mm) Tool dia.
wua | TV 30 32
Work materials iz H#4 No. of teeth 7N F# No. of teeth SN
Grades 2 ap apx ae n Vi 2 ap apXae n Vi
(mm) (mm) (mm3) (min-") (mm/min) (mm) (mm) (mm?) (min-") (mm/min)
(Sgﬁﬁ% 0 100 ~50 | ~220 | 1,700 950 100 ~50 | ~220 | 1590 | 1,020
e 200HBIIT (jggggg) 150 ~40 | ~150 | 1530 750 | 150 ~40 | ~150 | 1430 800
Bﬁ,?fveg%%ﬂB 210 ~30 | ~80 | 1,360 570 210 ~30 | ~80 | 1270 610
(SKD%,EL%KMDH) 100 ~50 | ~220 | 1590 670 100 ~50 | ~220 | 1490 720
B 255HBLLT| JC5118
coeal | ucsoso)| 150 ~40 | ~150 | 1,430 500 150 ~40 | ~150 | 1,340 540
B F '2%79)HB 210 3.0 80 | 1270 360 210 3.0 80 | 1,190 380
elow 255 ~9. ~o. ] ~3. ~38. ,
@W/PQS—NA%U‘/P%% 100 ~50 | ~220 | 1,270 530 100 ~50 | ~220 | 1,190 570
e 80.43HRAC (jgfg;?g) 150 ~40 | ~150 | 1,140 400 | 150 ~40 | ~150 | 1,070 430
1.2311, P20) 210 | ~30 | ~80 940 260 | 210 | ~30 | ~80 950 300
(ﬁ Fé% 100 ~50 | ~240 | 1590 890 100 ~50 | ~240 | 1,490 960
g%ﬁgmggﬁmﬁ JC5118 | 150 ~40 | ~160 | 1,430 700 150 ~40 | ~160 | 1,340 750
Bffoam‘, 28538 210 ~30 | ~90 | 1270 530 210 ~30 | ~90 | 1,190 570
25V 100 ~50 | ~220 | 1590 670 100 ~50 | ~220 | 1,490 720
(SUS304)
e 250HBLLT| JC8050 | 150 ~40 | ~150 | 1,430 500 150 ~40 | ~150 | 1,340 540
Stainless steel
Below 250HB 210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380

R IVRINERHELRR, ap: ARDYNAKRE, Ge: FRAMDYNAHEE, n: TEEERE, Vi: FE)RE
@ 2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed



// DIJET

winls VNSl mEny 2 ) vzt # Definition of corner shape for programming
TYPE
(mm)
/‘\% JOYSLI—FR |BLAHE |HMYBLE
Corner radius for programming Qver Cut Remains
0254 3—FR %‘/ R1.0 (&X) 0 0.17
Corner radius for programming % R15 0.09 0.08
XS
MY LE _ =9 R2.0 030 | 0
Remains \
/\/~ W=1.7

EOQ ki AFRIRF v IICBIF3DHTOT7A IV LD EERIA

TYPE

Attention for profile milling with EQ3%>%-type inserts

SYE VST Ramping AUAIVANI Helical interpolation
@ Dn

B -y

@V—)LI\ADEHE
Calculation of tool pass dia.
@dc = pDh—@Dc
W—)VINZ RES TER
Tool pass dia. Bore dia. Tool dia.

Q - [« ~ - =1 N
e ﬁ O—FLDDYIABRE HRALIAH
|2 — - Al \ REapEBMAIEVERICLTLEE L,
S8 | / Depth of cut per one circuit should not exceed
mlL'K = max. depth of cut ap.

@Y —)UI\ADEEAEIFST DAY

LB R ORBEFETEIDICLTL EE L,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

N

05V T AUAIINTHSED EE EREVIHISRERDT0%LU T T

MMIUTLEE L,

O RUU Y INNTEsE. BAEEDEE ZREHIRFRD50% LT T

ITUTLEELY,

O RV VIMTIRICIEERULRVWID KFHRUBDESHHDE

FOT.REICEHTTERELTLEE L,

feed speed from standard cutting condition table.

standard cutting condition table.

firm the safe condition sufficiently.

®In case of ramping and helical interpolation, apply 70% or less
®|n case of drilling, apply 50% or less Z axis feed speed from

®Long consecutive chips may come out in case of drilling, con-

| EEAT (@A e Mtton o
(mm) (mm) Ma:ﬁgrlz;m;omg Total cutting length at Max. dp Dh min (mm) Dh max (mm)
MPM-2010-M6 10 6.6 0.3 2°18' 75 15 18
MPM-2011-M6 11 7.6 0.3 1°54' 9 17 20
MPM-3012-M6 12 8.5 0.3 1°36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1°24' 12.3 21 24
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0°54' 25.5 29 32
MPM-5020-M10 20 16.5 0.4 0°45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0°42' 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0°30' 45.8 45 48
MPM-7030-M16 30 26.5 0.4 0°27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0°24' 57.3 59 62

) BRIAEO 1305 ITICTERLL IV (LREEREBARVWEIICEKES LIV,
Note) The ramping angle 0.5° or less is recommended (please refer to the above table).



MOdUIar Heads FULL LINEUP

A4V GH—=Ib TYAS—AY R EELHIRYG

Recommended cutting conditions for MSW and MSN

EY15—AYREMSWE + BE—#(EY15—~v REF—IVBEY v 7—)\)

TE& (mm) Tool dia.

1 H # Fv7 16
Work materials k= %L No. of teeth 2N
Grades 2 ap N n T
(mm) (mm) (mm) (min-) (mm/min)
PR 50 1.1 1 4,200 2,900
ﬁiﬁse%cdsisBs&)? JC5118
(éarbon steel (JC8050) 100 0.7 07 4,200 2,900
Bg?(?ve’z%soz)g 150 0.3 0.3 3,600 2,520
b5 11 50 1.1 1 4,000 2,800
e
((Sarbon steel JC5118 100 0.7 0.7 4,000 2,800
Bel((1)\./\71222855)HB 150 0.3 0.3 3,400 2,380
TEH 50 1.1 1 4,000 2,800
é%g?gﬁgﬂf—)p JC5118
“ Die steel (JC8050) 100 i 07 4,000 2,800
(1329?:\3'215’,%3H739) 150 0.3 0.3 3,400 2,400
AN ST 50 1 1 2,400 1,200
e
e s Al 100 0.6 0.6 2,000 1,000
(1'2430‘{2'01}-]%%79) 150 0.2 0.2 1,200 600
Iﬁ%béa}‘(ﬁ))\ﬂfm 50 0.5 0.5 1,800 700
fE55-62HRC JC5118 100 0.3 0.3 1,600 650
Hard??gté%e)steel
55-62HRC 150 - - - -
&% &% 50 1.3 1.3 4,000 2,800
(FC, FCD)
EE300HBLLR JC5118 100 1.2 1 4,000 2,800
Grey & Nodular cast iron
e 150 07 05 3,400 2 400
TUIN—R 4 50 1.1 1 3,600 2,100
R T
30-43H (108050) 100 0.7 07 3,600 2,100
(1.2311, P20) 150 03 03 3,000 1,800
25U 2SE 50 11 1 4,000 2800
(SUS304) JC8050
BE250HBLT | ()dsris) 100 07 07 4,000 2,800
Stainless steel
Below 250HB 150 0.3 0.3 3,400 2,400

R ILRINEHUESR, ap: YHAAKRELE, 8e: Ev774—K, n: TEREERE, Vi: k) EE
2 : Overhung length, ap : Depth of cut, &e: Pick feed, N : Spindle speed, Vi: Feed speed

WEALDEEEIR

1) LEREOYIEIEA S MRS SO T7— 7RSI U TREEC 280,
UV N RELIIGE I TAARSE LREBIEL ) HERLTLESIV . HDVIEEERRE E T TER S,
) RELIEWEE I FAUIAAEapXae=3% THEMARRETY (TANIILBRS ),

72120 RN REVHEHBRIME S LT — TR TRFTL LSV,

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)In case of short overhung, maximum dp can apply 3mm except hardened steel. But please adjust V4 according to machine and work rigidity.



// DIJET

A4V IR=Ib EYaS5—Avy R EELIEIRG
TYPE Recommended cutting conditions for MSW and MSN

EJaAS5— Y FMSWH; + BBE—#(EJV15— v RRA—IVEBEY v+ I 7—I\)

TE&Z (mm) Tool dia.

R 20 25 30/32

Work materials | MT& FEL No. of teeth 2N FE No. of teeth 2N FEL No. of teeth 2N
Grades [ 2 ap ae n Vi 2 ap ae n Vo 2 ap ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(S%ﬁ%@ 70 1.3 1.3 14,800 3,360 | 90 1.3 1.3 [3,800|2,700| 100 1.5 1.5 3,000 2,100
BEE250HBIT | 5040 | 120 | 0.8 | 0.8 | 4,800 3360 | 140 | 0.8 | 0.8 3,800 2700| 150 | 1.0 | 1.0 |3,000 2,100
e e 190 | 0.3 | 04 4,000 2800|210 | 03 | 05 |3,200|2200| 210 | 03 | 07 | 2650 1860
B8 |csoao| 70 | 13 | 13 4000 2800| 90 | 13 | 13 3200|2240| 100 | 15 | 15 | 2600 1,820

BC28EHBEIT | yosot5 | 120 | 0.8 | 0.8 4,000 2,800| 140 | 0.8 | 0.8 3200|2240 150 | 1.0 | 1.0 | 2600 1,820
rbon steel | jource 1)

Bef;ﬁ%%)HB (ocioire] 190 | 0.3 | 0.4 |3,600|2500| 210 | 0.3 | 05 |2,800|1,960| 210 | 0.3 | 0.7 |2,300 | 1,600
TEH 70 | 1.3 | 1.3 [4,000/2:800| 90 | 1.3 | 1.3 |3,200|2,240| 100 | 15 | 1.5 |2,600 1,820

(SKD11, SX105V)
Eégfei'jju? JCc5040 | 120 | 0.8 | 0.8 |4,000/2.800| 140 | 0.8 | 0.8 |3200|2240| 150 | 1.0 | 1.0 |2,600 1,820

B2 190 | 0.3 | 0.4 |3,600 2500|210 | 03 | 0.5 |2,800 1,960| 210 | 0.3 | 0.7 | 2,300 1,600

BEANEE | ycgo15| 70 | 05 | 1.0 |3,000/1,500| 90 | 05 | 1.0 |2,500|1,250| 100 | 0.8 | 0.8 |2,000 | 1,000
AL, s

- -MOWH;
pRe IO | Ga | 120 | 0.3 | 04 |2500|1,250 | 140 | 0.3 | 0.5 | 2000 1,000| 150 | 05 | 0.7 |1,800| 900

R d
i EEES g0 | - | - | - | - Jawn| - | - [ = - |210] 02 07 [1600] 800

REO AN Jcsots | 70 | 05 | 05 2300 90| 90 | 05 | 07 1900 760| 100 | 06 | 0.8 1600 720

RE55-62HRC | W,

RCSSG2HAC | oW | 120 | 0.3 | 0.4 2000 800| 140 | 03 | 05 1,600 640| 150 | 03 | 0.7 1300 590
(1.2379) Recommend

55-62HRC  |tpemeer 0| 190 | = - | -] -120] - | - - - |e2t0] - - -] -
(ﬁ F(%%) 70 1.5 1.5 4,000 |3,200| 90 15 1.5 |3,200| 2,560 | 100 1.5 1.5 | 2,600 2,100

fEZ300HBLLT
GreyLI(QGNGOdUéaéCéitiron Jceots | 120 | 1.0 | 1.0 [4,000|3,200( 140 | 1.0 | 1.0 | 3,200 2560| 150 | 1.0 | 1.0 | 2,600 | 2,100
Below 300HB 190 | 03 | 0.4 |3,600|2900| 210 | 0.3 | 0.5 |2,800|2240| 210 | 0.3 | 0.7 |22300 | 1,800

R ILRINVEHELRE, ap: VAARE, @e:Ev774—K, n: TERAERE, Vi: E)RE
2 : Overhung length, ap : Depth of cut, &e: Pick feed, N : Spindle speed, Vi: Feed speed

BEALOEEEIR NOTE

1) LEEDYIRIS HE RIS S U7 — JRNEICISU TRREECAZE W 1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) U D RELEEIE TIAAHERS & FEEHEL ) Hi%<LTLEEW,  2)In case of chatter occurring, recommend to reduce the depth of cut dp or
HBVEEEREE TS TERL IV, Spindle speed and keep feed per tooth.

Pl o RO AL Machined form by Swing Ball

@SWBHZ SWB type
R A B
8 0.5 0.01

% 10 2.1 0.05

12.5 3.0 0.09

Y 15 3.3 0.09
A 16 3.4 0.09

@SWB-H (F{t _LIFA) SWB-H type for semi-finishing

) FEiREBIC_ERORIEAARBENELE T,

Note: Above form error can occur at center point. R A B
10 0.6 0.01
12.5 0.7 0.01

15 0.9 0.01




D

MOdUIar Heads FULL LINEUP

A=IN=FL XA EIa5—\Y

Recommended cutting conditions for SDH and MSN

R REIRISR

EI215—AY FSDH + BEE—#(EY15— vy RRA—IVEB@EY v+ 77—I\)

TE&Z(mm)[Fv T+ X] Tool dia. [insert type]

wulat | TYT 15/16 (R3.5) 20/22 (R3.5) 20/22 (R3.5) 25/28 (R5)
Work materials g X# No. of teeth 2N X# No. of teeth 2N X# No. of teeth 3N X#L No. of teeth 2N
Grades [ 2 [ ap | n Vi | € | a | n Vi | € | a | n Vi | € | a | n 1z
(mm) | (mm) | (min”) (mm/min)] (mm) | (mm) | (min?) |((mm/min)] (mm) | (mm) | (min”) [(mm/min)] (mm) | (mm) | (min) |(mm/min)
PR R 70 | 1.4 |3,500(1,650| 70 | 1.5 2,900(1,450| 70 | 1.2 |3,500/2,900| 90 | 2 |2,400|1,400
S o
BC250HBLUT | JC5040| 120 | 1.1 {3500 1,650| 120 | 12 |2,9001450| 120 | 0.8 3,500 2,900| 140 | 1.5 2,400 1,400
(50, c55) |2C°118
Bl DenE 160 | 0.6 3,300 /1,500| 160 | 0.7 |2,800|1,350| 160 | 0.5 13,200(2,700| 210 | 1 |2,300 1,300
FUIN\— R 4c8050
Th a1 J08080| 70 | 1.4 |3300|1550| 70 | 15 |2800|1400| 70 | 12 |33002600| 90 | 2 |2200 1300
@ﬁ?&“sﬁgﬁc JC8015| 120 | 1.1 3,300(1,550| 120 | 1.2 (2,800 |1,400| 120 | 0.8 |3,300|2,600| 140 | 1.5 |2,2001,300
(40HRCLLE)
(12511 P20) \ deseie ) 160 | 0.6 3,200 |1,500| 160 | 0.7 |2,700|1,350| 160 | 05 |3,100(2,300| 210 | 1 |2,100|1,200
(SK%{ES%EW 70 | 14 |3300(1550| 70 | 1.5 |2.800|1,400| 70 | 1.2 [3.300|2,600| 90 | 2 |2,200 1,300
BC2OSHBILT 1 4C50401 490 | 1.1 3,300 1,550( 120 | 12 |2,800 1,400| 120 | 0.8 3,300 2,600| 140 | 1.5 |2,200| 1,300
(1,234, 1.2579) 160 | 0.6 |3,200 1,500| 160 | 0.7 2,700|1,350| 160 | 0.5 |3,100|2,300| 210 | 1 |2,100 1,200
2FULRE 70 | 14 |2,700(1,300| 70 | 1.5 |2,300|1,200| 70 | 1.2 |2.700|2,400| 90 | 2 | 1,800 1,050
(SUS304) JC8050
250HBLLT | JC8015| 120 | 1.1 |2,700(1,300| 120 | 1.2 |2,300(1,200| 120 | 0.8 |2,700 2.400| 140 | 1.5 |1,800|1,050
Stainless steel [JC5118
Below 250HB 160 | 0.6 |2,600(1,250| 160 | 0.7 |2,200(1,100| 160 | 0.5 |2,600(2,200 210 | 1 |1,700|1,000
(SK%%’QC&I%HA) JCoU181 70 | 07 |2400(1,150| 70 | 0.8 2,000 1000| 70 | 0.7 |2500 2,000 90 | 1 |1,600 1,000
FE40-50HRC [kl iY
BSA0SOHAC fuivoiedl 120 | 0.5 2,400 1,150 120 | 06 2,000 1,000| 120 | 05 |2,500(2,000( 140 | 05 1,600 1,000
(1.23441.2379) | chiphreker
J0.50HRC |5 | 160 | 0.3 |2,200(1,050| 160 | 0.3 |1900| 950| 160 | 0.3 |2,200(12800| 210 | 03 |1,500| 950
(ﬁ FfD*) 70 | 14 (3100|1550 70 | 1.5 |2,600|1,400| 70 | 1.2 |3.050/2,600| 90 | 2 |2,1001,300
T | Ga1a] 120 | 1.1 3,100 (1550|120 | 1.2 |2,600/1400| 120 | 0.8 |3,050/2600| 140 | 15 |2,100 1300
RO 160 | 0.6 |3,0001,400| 160 | 0.7 |2,500/1,300| 160 | 05 |2.900(2.400| 210 | 1 |1,200|1,200
RN 70 | 05 1,200 600| 70 | 05 1,000/ 500| 70 | 0.5 [1,000] 750| 90 | 0.5 | 780 460
me3543HRC |58090
Stantam alloy 120 | 0.4 1200 600| 120 | 0.4 |1,000| 500| 120 | 0.4 1,000| 750| 140 | 0.4 | 780 460
35-43HRc  |JC9118
160 | 0.2 |1,100| 490| 160 | 02 | 980| 440| 160 | 02 | 980| 660| 210 | 02 | 750 410
P 70 | 05 | 620 190| 70 | 05 | 510| 160| 70 | 05 | 510| 240| 90 | 0.5 | 430| 170
35-43HRC jggﬂg 120 | 0.4 | 560| 190| 120 | 04 | 470| 160| 120 | 04 | 470| 240| 140 | 04 | 390| 140
Inconel JC8050 ' ' ' :
-43HR
35-43HRC 160 | 0.2 | 520| 190| 160 | 02 | 440| 160| 160 | 0.2 | 440| 240| 210 | 02 | 370| 140
P E—LAS 70 | 2 18,600(4800| 70 | 2 |7,200/4300| 70 | 2 |7.200/6.400| 90 | 3.5 |5700 3400
FE5010HB
e ayo, | F205 | 120 | 17 8,600 4,800| 120 | 1.7 |7,200 4300| 120 | 17 |7,200|6400( 140 | 2 |5700 3,400
50-110HB
160 | 1.2 |7,000/4,900| 160 | 1.2 |5,800/4,300| 160 | 1.2 1558004300 210 | 15 |4,500 2,200

0: TURINEHELRS, ap: ThAHES, n: TEEEERE, Vi X)EE

WERA EDFEEEIR

1) LEEDUIHISEA IS MRS SO 7— JRIMEICIE U TREE 23w,
UV RELIHEIR THAARS 2 LRBELY) HIXLTLEIV HDWIEEEEEZ T CEREEL,
D HMBATENBE I FTYNAAFFRE R LISV RICNE SV VIE T TEAL2E 0,
4) I7—TO—-CEVTITHREDEBETH>TLEE VAT HMCTOF v EF ¢ NI TIEEIN) FMBBITEBL LS,
5) 7— U DEEEH50-55HRCDIHE I . LECHIEIZ 4D ap, n, Viz30% T THEAL 7280, (BRANEININSHE)
6) Far AR -MAERIGEXMIET TS,

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

)
3)
4) Use air blow.
5)
6)

In case of 50-55HRC, recommend to reduce 30% above dp, /1, V. (In the case of hardened die steel)
In case of titanium alloy or inconel, recommended wet cutting.

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vi Feed speed

‘‘‘‘‘‘

:

0. RHELRS

‘ £: Qverhung length



SDH

TYPE

A=I\=FL XA~ EV 25—V FEPHIFRME

Recommended cutting conditions for SDH and MSN

// DIJET

EY25—"v FSDHAE + BE—B(EY25— vy RAT—ILBEY v o 7—/\)

TERZ(mm) [FvTH+4X] Tool dia. [insert type]

wul# | F7 [25(Ra.5)/25 (R5)/28 (R5) | 30 (R5) /32 (R6) /35 (RS) 32 /35 (R5) 30 (R5) / 35 (R6)
Work materials ZE: F#L No. of teeth 3N FEL No. of teeth 2N FEL No. of teeth 3N FEL No. of teeth 3N
Grades [~ 2 [ ap | n Vi | 2 | a | n Vi | 2 | a | n Vi | 2 | a | n Vi
(mm) | (mm) | (min?) (mm/min)] (mm) | (mm) | (min') (mm/min)] (mm) | (mm) | (min7) |(mm/min)] (mm) | (mm) | (min"') (mm/min)
s i 90 | 1.5 |2,800|2,100| 100 | 2.5 12,000|1,100| 100 | 2.5 |2,000/1,600| 100 | 2 |2,100 1,900
(S50C, $55C) | jc8050
FEX250HBLLTF
: JC5040| 140 | 1.2 |2,800|2,100| 150 | 2 | 2,000|1,100| 150 | 2 |2,000/1,600| 150 = 15 |2,100 1,900
(G60, 05y |/C5118
A 210 | 07 |2,600(1,900| 210 | 1.2 [1,900 1,000| 210 | 1.2 [1,900 1.400| 210 | 0.8 2,000 1,600
FU\—R 8| Jc8050
Tl M) JoB050| 90 | 1.5 |2,600 2000| 100 | 25 1,900 1050|100 | 25 1900|1550/ 100 | 2 |2,000|1,800
@fﬂiﬁ’&ﬁe';'ﬁc JC8015| 140 | 1.2 |2,600|2,000| 150 | 2 [1,900|1,050| 150 | 2 |1,900|1,550| 150 | 1.5 |2,000 1,800
(40HRCLLE)
(28110200 |Gl 210 | 0.7 |2400) 1,800 210 | 1.2 |1.800| 90| 210 | 12 |1,800|1400| 210 | 0.8 | 1900|1550
TEH
sl | 90 | 1.5 2,500 /1,600 100 | 25 |1,900(1,050| 100 | 2.5 [1,900(1,550| 100 | 2 |2,000 1,800
255HBL
25SHBLLT| JO9040) 140 12 |2,500(1,600] 150 | 2 1,900 1,050| 150 | 2 |1900|1550| 150 | 1.5 |2,000 1,800
(12344, 1.2375) 210 | 0.7 2400 1,400| 210 | 1.2 1,800 950| 210 | 1.2 |1,800 1.400| 210 | 0.8 |1,900 1,500
Zzyspx)ﬁm - 90 | 1.5 |2,100|1,400| 100 | 25 |1550| 850| 100 | 2.5 [1,550(1,250| 100 | 2 |1,750|1,500
US304
FE250HBLLIT | JC8015| 140 | 12 2100 1,400| 150 | 2 |1550 850| 150 | 2 |1,550|1,250| 150 | 15 |1,750|1,500
Stainless steel |JC5118
Below 250HB 210 | 0.7 |2,000(1,000{ 210 | 1.2 |1.400| 800| 210 | 1.2 |1,400(1,200| 210 | 0.8 |1,600]1,300
AN [JC5118
o a0l 90 | 0.8 1,900 1,400| 100 | 15 1300 750| 100 | 15 [1,300(1,100| 100 | 1.2 |1,400 1,250
caquU- LLE
oo o o 52| 140 | 0.6 |1.900|1,400| 150 | 12 |1.800) 750| 150 | 121300/ 1,100| 150 1 |1.400 1250
L Eia) | SR | 210 | 04 1,800 1000|210 | 07 1,200 700| 210 | 07 1,200 950 210 | 0.5 1,300| 1,100
(% F§§) 90 | 1.2 |2,500|2,200| 100 | 25 |1,800(1,000| 100 | 2.5 [1,800(1,500| 100 | 2 |1,900|1,700
fE300HBLIT | JC8015
| JGaNa] 140 | 0.8 2500 2,200( 150 | 2 |1800/1000( 150 | 2 |1800/1500( 150 | 15 |1,900 1700
loayca 210 | 05 |2:300(1,700| 210 | 1.2 |1,700| 900| 210 | 12 |1,700|1350| 210 | 0.8 |1.800 1,600
75288 | oo 9 | 05 | 780| 690| 100 | 05 | 730| 470| 100 | 05 | 730| 650| 100 @ 0.5 | 730 650
e JCB1S| 140 | 04 | 780 690| 150 | 04 | 730 330|150 04 | 730 G50| 150 | 04 | 730| 650
35-43HRC
210 | 02 | 750| 620] 210 | 02 | 700 260| 210 | 02 | 700 600| 210 @ 0.2 | 700 600
R 9 | 05 | 430| 260| 100 | 05 | 400| 170| 100 | 05 | 400 250| 100 | 0.5 | 400| 250
ﬁi-@%ﬁﬁfﬂc JC8015
<3543 JCS118| 140 04 | 30| 210| 150 | 04 | 380 10| 150 | 0.4 | 33| 230 150 | 04 | 380 230
-43HR
30-43HRC 210 | 02 | 370, 210| 210 | 02 | 350| 130| 210 | 02 | 350, 200| 210 | 02 | 350 200
%E:Uhﬁﬁ 90 | 2.2 |5700/5100| 100 | 35 4500 2,700| 100 | 35 |4,500/4,100| 100 @ 3.5 4,500 4100
<&50-110HB
o oiy | F205 | 120 | 19 5700 5100] 150 | 2 |4500(2700| 150 | 2 |4500/4,100| 150 | 2 |4,500|4,100
50-110HB
160 | 15 4,500 /5100| 210 | 1.5 |3,600(1,800| 210 | 1.5 3,600 2700| 210 | 1.5 3,600 2,700

0: IURINVEHELES, ap:thAHFES, n: TEREEE, V& )EE
B{ERALEDFEEIE

1) EEEDUIHISE A FEMAIES SO T— RIS THRZE 230,
2) VPN RELHER TIAHRS & ERBES I HERL LSV HBVIEEEREE T TEA SV,
HEMBATENHE E . FTPRAHFRE LR LTSV RICNS LV VIET U TEAL &,
4) I7—=TO—-CEVTITRELEETH>TLEE VAT UMCTOF v EF 4 NI TN FRIBITEB LS,
5) 7— Y DREESH50-55HRC DG E I . LELEIHIZRMADap, n, Viz30% T TEA 30, (RANENTINSHE)
6) F A EE - MAELIGEXMIET T ZE 0,

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.
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.

5)In case of 50-55HRC, recommend to reduce 30% above dp, /1, V4. (In the case of hardened die steel)
6) In case of titanium alloy or inconel, recommended wet cutting.

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed

‘‘‘‘‘‘

RHLEZ

‘ 2: Overhung length
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®

MOdUIar Heads FULL LINEUP

TYPE

A=IN=FA XL~ EIa25—"\Y

Recommended cutting conditions for SDH and MSN

R REIRISR G

EU25—Ay KSDHE + BE—B(EY15—~y RAF—IVBEY v 2 7—I\)

TER(mm) [FvFTAX] Tooldia. [insert type]

wul i | FYT 30/32/35 (R5) 40 (R6) 40 (R6) 42 (R5)
Work materials & FEL No. of teeth 4N FEL No. of teeth 2N KL No. of teeth 4N FEL No. of teeth 5N
Grades [~ 2 | ap | n Vi | € | a | n Vi | € | a | n Vi | € | a | n Vi
(mm) | (mm) | (min?) (mm/min)] (mm) | (mm) | (min"') |((mm/min)] (mm) | (mm) | (min7) |(mm/min)] (mm) | (mm) | (min"') |(mm/min)
s i 100 | 2 |2,100 2,500| 100 | 2.5 |1,550 890| 100 | 2 |1,900|2,300| 100 | 1.8 |1,750 2,600
(S50C, S55C) JC8050
@§E5UHBW‘ JC5040| 150 | 1.5 |2,100|2,500| 150 | 2 |1,550| 890| 150 | 1.5 |1,900|2,300| 150 | 1.3 |1,750 2,600
(G50, cas)|/C5118
Belout 250U 210 | 0.8 |2,000|2,400| 210 | 1.2 (1,450 780| 210 | 0.8 '1,800|2,200| 210 | 0.7 |1,650 2,400
TUN—R 4| 408050
i e by a1 JC8050] 100 | 2 |20 2400| 100 | 25 1500 840| 100 | 2 |1,800/2,100| 100 | 18 1700 2500
Efﬂi‘f&iﬁe‘:ﬁc Jc8015| 150 | 1.5 |2,000|2,400| 150 | 2 |1,500| 840| 150 | 1.5 |1,800/2,100| 150 | 1.3 |1,700 2,500
(40HRCLLE)
(12511, P20) ) lesie | 210 | 0.8 |1.900|2,100] 210 | 1.2 |1,450| 780| 210 | 0.8 |1,700|2,000| 210 | 0.7 | 1,600 2,200
TEf
A o 100 | 2 |2,000|2,400| 100 | 2.5 |1,500| 840| 100 | 2 |1,800/2,100| 100 | 1.8 |1,700 2,600
@255HBLLT
SoorBELT 048 150 | 1.5 |2,000(2,400( 150 | 2 [ 1500| 840 150 | 1.5 1,800 2,100| 150 | 1.3 |1,700 2,600
(1.2344, 1.2375) 210 | 0.8 1,900 |2,100| 210 | 1.2 |1450| 780| 210 | 0.8 |1,700 2,000| 210 | 0.7 |1,600 2,400
257U 100 | 2 |1,750|2,000| 100 | 2.5 |1,250| 700| 100 | 2 |1,550(1,600| 100 | 1.8 |1,4002,100
(SUS304) JC8050
E@250HBIT|JC8015| 150 | 1.5 |1,750(2,000] 150 | 2 [1,250| 700| 150 | 1.5 |1,550|1,600| 150 | 1.3 |1,4002,100
Stainless steel |JC5118
Below 250HB 210 | 0.8 [1,600(1,700] 210 | 1.2 [1,200| 670| 210 | 0.8 |1,500|1,400| 210 | 0.7 |1,250]1,600
wANGY |JC5118
(K081 oA )| JGBOTS 100 | 1.2 [1,400|1,850| 100 | 1.5 1,050 550| 100 | 1.2 |1,350(1,350| 100 | 1.1 |1,250 1,500
B40-50HRC |57kt
Fedonod dlo St | Aasogst | 150 | 111400 /1850|150 | 12 | 1,050  550| 150 | 1 11,350 1350| 150 | 09 1250/ 1,500
ﬁ'i?f-‘é&kié%w) U | 210 | 05 1,300 1,700( 210 | 0.7 1,000| 520| 210 | 05 12300 1,100 210 | 0.4 |1,150|1,300
(fﬁ an*) 100 | 2 |1,900|2,250| 100 | 2.5 |1,400| 800| 100 | 2 |1,700(2,050| 100 | 1.8 |1,650 2,400
FE300HBLIT | JC8015
Tt ldin ot n| 0G5 118 | 150 | 15 1,900 2250 150 | 2 |1,400| 800| 150 | 15 |1,700|2,050| 150 | 13 | 1650 2400
Poaecat 210 | 0.8 1,800 2,100| 210 | 1.2 1,300 750| 210 | 0.8 |1,600/1,800| 210 | 0.7 |1,550/2,200
75288 | oo 100 | 05 | 730| 860| 100 | 0.5 | 580| 350| 100 | 05 | 580 700| 100 | 0.5 | 610| 730
o’ |JC8015 | 150 | 04 | 730 860 150 | 0.4 | 580  350| 160 | 0.4 | 580 700| 150 | 04 | 610 730
35430 |JC5118
210 | 02 | 700| 800|210 | 0.2 | 550| 330| 210 | 02 | 550| 660| 210 | 0.2 | 580| 690
N 100 | 05 | 400| 330| 100 | 05 | 290| 170| 100 | 0.5 | 290| 340| 100 | 05 | 300| 310
E‘@%%JZ}FSH%RC JC8015
cooast jggagg 150 | 0.4 | 380| 310| 150 | 0.4 | 270| 160| 150 | 0.4 | 270 320| 150 | 0.4 | 280| 290
35-43HRC 210 | 0.2 | 350| 270| 210 | 0.2 | 250| 120| 210 | 0.2 | 250| 240| 210 | 0.2 | 260| 250
%[_’EZUL@% 100 | 3.5 |4,5005400| 100 | 4 |4,0002,400| 100 | 4 |4,000 4,800| 100 | 3.5 |3,800 5,700
<50-110HB
Mominamalioy | F205 | 150 | 24500 5400( 150 | 2.5 4000 2,400| 150 | 25 4,000 4,800| 150 | 2 3,800 5,700
50-110HB
210 | 15 |3,600(3,600| 210 | 2 [3,200/1,600| 210 | 2 3,200/3,200| 210 | 1.5 |3,000|3,700

0: ICRINBHULRE, ap: hAHEE, n: TEREERE, W X)ERE

WEA EDFEEEIR

1) LEED YRR SRS SO T— ZBIEICIC U TREC SV,

) VU RELIIHEIR TIAARS 2 LRBEL) HIER LTIV HDWVIEEEEE Z T CTEREZSL,

DHMBARENBE I FTYNAAFFRI XL LSV RICNE LV UET U TEAL S,
4) I7—7O—IC LWV FRRELIBET o TLAESVAFT SIHMCTOX v ET ¢ T TR CTRIBISER 1280
5) 7— I DEEEH50-55HRCDIHE I . LECHIEIZ D ap, n, Vig30% T TEAC 230, (RANSENINHE)
6) FaL AR -MAERIGEXMIET TS,

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

)
3)
4) Use air blow.
5)
6)

In case of 50-55HRC, recommend to reduce 30% above dp, /1, 4. (In the case of hardened die steel)
In case of titanium alloy or inconel, recommended wet cutting.

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed

‘‘‘‘‘‘

:

0. RHELRS

‘ 2: Overhung length



// DIJET

Z—IS—FAL AL b EI2S5—AY R EEHIRE
TYPE H.S.C. recommended cutting conditions for "SDH and MSN"

EVa5—"Y RSDHR + BE—8(EY15— vy RRA—IVEBEY v+~ I7—I\)

TEZR(mm)[FvTHAX] Tool dia. [insert type]

Bl 4 FvT 20/22 (R3.5) 25 (R3.5) /25 (R5) / 28 (R5) 30 (R5) /35 (R6)
Work materials 1@ F#L No. of teeth 3N FE No. of teeth 3N FE No. of teeth 3N
Grades 2 ap n Vi 2 ap n Vi 2 ap n 3

(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)

(S%ﬁﬁﬂ@ 70 0.3 5,400 | 4,800 90 0.3 4,200 | 3,800 100 0.3 3,300 | 2,900

fE250HBLL T 120 0.2 5,100 | 4,300 140 0.2 4,000 | 3,400 150 0.2 3,100 | 2,800

oo 160 | 01 | 4300 3600 | 210 | 01 | 3400 | 2,850 | 210 | 01 | 2,600 | 2150
TUN—REH

(AT, P15, NAKGE, P20) 70 0.3 4,300 | 3,200 90 0.3 3,400 | 2,500 100 0.3 2,800 | 2,000

{88t 30-43HRC 120 0.2 4100 | 2,900 140 0.2 3,200 | 2,250 150 0.2 2,700 | 1,800

Moldstee 12311, P20) JO8015| 160 | 01 | 3400 2400 | 210 | 01 | 2700 | 1900 | 210 | 01 | 2200 | 1500
T8E [“#mes 70 | 03 | 4300 3200 | 90 | 0.3 | 3400 | 2500 | 100 | 03 | 2,800 | 2,000
(SKD61, SKD11) | chipbreaker

R 255HBLLF 120 | 02 | 4100 | 2900 | 140 | 02 | 3200 | 2250 | 150 | 02 | 2.400 | 1.800
Dt 23k 2T 160 | 01 | 3.400| 2400 | 210 | 01 | 2700 | 1,900 | 210 | 01 | 2,200 | 1,500
AL 70 | 03 | 3600 3200 | 90 | 03 | 2800 | 2500 | 100 | 03 | 2,300 | 2,000
s 250HBIUT 120 | 02 | 3400| 2900 | 140 | 02 | 2700 | 2250 | 150 | 02 | 2,200 | 1,800
Slainless stee! 160 | 01 | 2,900 | 2400 | 210 | 01 | 2250 | 1900 | 210 | 04 | 1,850 | 1500
5 A3 70 | 02 | 4000 3000 | 90 | 02 | 3100 | 2300 | 100 | 02 | 2,500 | 1,850
(SKD61, DAC, DHA)
1 40-504RC 120 | 012 | 3700 | 2,600 | 140 | 012 | 3,000 | 2100 | 150 | 045 | 2,450 | 1,650

e e (284 12879 160 | 0.06 | 3,200 | 2,200 | 210 | 006 | 2,500 | 1,700 | 210 | 01 | 2,050 | 1,400

(fg, F(-%) J08003 25 0.3 5700 | 5100 | 90 0.3 | 4500 | 4,000 | 100 0.3 | 3,600 | 3,200
fEc 300HBIUT 120 0.2 5100 | 4,600 | 140 0.2 | 4,300 | 3,600 | 150 0.2 | 3,400 | 2,900
Grey&élg?uolﬂfmfaétg%‘ﬁ%m 160 0.1 4,550 | 3,800 | 210 0.1 3,600 | 3,000 | 210 0.1 2,900 | 2,400
FLE=mLAS 70 1.5 | 10,100 | 12,000 | 90 1.7 | 8,000 | 9,600 | 100 2 6,400 | 7,700

BEX50-110HB | F705 | 120 1.2 | 10,100 | 12,000 | 140 1.4 8,000 | 9,600 | 150 15 | 6,400 | 7,700

Aluminum alloy

50-110HB 160 0.7 8,700 | 7,800 210 1 6,800 | 6,100 210 1 5,500 | 5,000
0. IRINVRHULES, ap ¥hAHRE, n: TEE&EZRE, W xWRE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed

C kv -2 nl0) =8 Application for choice of inserts
TYPE

WA (BREK-EREE|  BRRIM- TR TUN—R BEANSE |FIVERVIR| ATVURHE [PILIZULGE
e e R Cast iron, Carbon steel, Mold steel High hardened Titanium alloy, Stainless steel Aliminum
Cast steel Die steel steel Inconel alloy
FATE Grades JC8015 |JC5040JC5118/JC8050(JC8015 JC8050 (50HRC'IJ«J€:830b£/§5UHRC JC8015|JC8050 |JC8015|JC8050 FZ05
) JC5118 JC5118 JC8015 | JC5118 JC5118

FZ 2 Cat.No. JC5118
RDMWO7T2MOT © © © © O O
RDCT07T2MOE < DA¢ o O [ J © [ © o
RDMW1004MOT © © © © O O
RDCT1004MOT < RA¢ O ©
RDCT1004MOE @ [ J © o o
RDMT1004MOE-ML © ©
RDMW1204MOT © © © © O O
RDOT1204MOT bAq RA¢ O ©
RDCT1204MOE @ (] © o o
RDMT1204MOE-ML © ©
RDGTOOOOMOF-AL ©

*RDMWH4: FL—A7% L without chip breaker -RDOTHS: 7L —A & with chip breaker
©: FE—HESZ First choice, Good condition  O: —f&tJElI Moderate condition @: RAZEYIH| Unfavorable condition  v¢: BERE&TRHIHEI Light cutting



MOdUIar Heads FULL LINEUP

TYPE

A=IN—=FAL AL E
H.S.C. recommended cutting conditions for "SDH and MSN"

-

9a15—"\vy

R REIRISR G

EY215—AY FSDH + BEE—#(EY15— vy RRA—IVEBEY v+ 77 —I\)

TEZ(mm)[F v TP X] Tool dia. [insert type]
wu s | TV 30/32/35 (R5) 40 (R6) 42 (R5)
Work materials i F# No. of teeth 4N F# No. of teeth 4N X% No. of teeth SN
Grades 2 ap n 3 2 ap n Vi 2 ap n 3
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
(35‘?0?@@5@ 100 0.3 3,300 | 4,000 | 100 0.3 2,900 | 3,400 100 0.3 2,800 | 4,200
fE250HBLL T 150 0.2 3,100 | 3,600 | 150 0.2 2,700 | 3,050 150 0.2 2,650 | 2,400
ot 210 | 01 | 25600 | 3000 | 210 | 01 | 2300 | 2550 | 210 | 01 | 2,250 | 3.50
(IKI\H{’)ES_I\I/{\K{;{EZMO) 100 0.3 2,800 | 2,800 | 100 0.3 2,400 | 2,400 | 100 0.3 2,300 | 2,800
e 30-43HRC 150 0.2 2,700 | 2,500 [ 150 0.2 2,300 | 2,150 150 0.2 2,200 | 2,500
Moldsoe 1311, P20 JoB015| 210 | 01 | 2250 | 2100 | 210 | 01 | 1,900 | 1800 | 210 | 01 | 1850 | 2100
(SKDImE:sﬁll(ﬂDﬁ) éﬁ’ﬁﬁﬁf“ 100 0.3 2,800 | 2,800 | 100 0.3 2,400 | 2,400 100 0.3 2,300 | 2,800
B255HBLCR [ | 150 | 02 | 2700 | 2500 | 150 | 02 | 2,300 | 2150 | 150 | 02 | 2200 | 2500
skt 210 | 01 | 2250 | 2100 | 210 | 01 | 1,900 | 1,800 | 210 | 01 | 1,850 | 2100
Z(j_s—l\J/Slf;J})ﬂ 100 0.3 2,300 | 2,700 | 100 0.3 2,000 | 2,400 | 100 0.3 1,900 | 2,800
fE& 250HBI T 150 0.2 2,200 | 2,400 | 150 0.2 1,900 | 2,150 150 0.2 1,800 | 2,500
e 210 | 01 | 1,850 | 2,000 | 210 | 01 | 1,600 | 1,800 | 210 | 01 | 1,500 | 2,100
BEATUH 100 0.2 2,550 | 2,550 | 100 0.2 2,200 | 2,200 100 0.2 2,100 | 2,500
(SKD61, DAC, DHA)
& 40-50HRC 150 015 | 2,400 | 2,250 | 150 015 | 2,100 | 2,000 150 015 | 2,000 | 2,250
e el (0 12673 Jcaops | 21| 01 | 2050 | 1850 | 20 | 04 | 1750 | 1650 | 210 | 01 | 1650 | 1850
(% F(‘%) 100 0.3 3,600 | 4,300 | 100 0.3 3,200 | 4,000 | 100 0.3 3,000 | 3,600
{:xas 30'0HBL‘,('F 150 0.2 3,400 | 3,900 | 150 0.2 3,000 | 3,600 150 0.2 2,850 | 3,250
G'eV&BNg?ﬁ“vﬁa§8°Sﬁ%GGﬁ) 210 01 2,900 | 3,200 | 210 0.1 2,550 | 3,000 | 210 0.1 2,400 | 2,700
PLS=mLES 100 | 2 6,400 | 10,200 | 100 | 25 | 5600 | 9000 | 100 | 2 5,300 | 10,600
ﬁﬁ?ﬁghm gﬂ? Fz05 | 150 | 15 | 6,400 [ 10,200 | 150 | 2 5600 | 9,000 | 150 | 15 | 5300 | 10,600
50-110HB 210 1 5,500 | 6,600 210 1.3 4,800 | 5,800 210 1 4,500 | 6,800
0: IURINVRBHLERZ, ap: YhAHFRE, n: TEOEZRE, VhE)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed
BERALOERERE
1) EEEDOYIBIRA S HEARANES SO T —JRIEICIEC TREEL SV,
)V NP RELIBEIE ThAHES & EEEEEL ) iR LTIV HEVEEEREE T TERC LS,
BB I AEDIHZE I FTTAARSE R LTIV RICNS LU UE T TERC W,
4) T7—7O—-C&WEIITRREDIBET>TLEIV AT IHMCTOF v ET 4 I TIEN) K FRIPITEEL &0,
5) 7— 7 DEEEH50-55HRCDIHE 1 . LERTIBIZEDap, N, W&30% T TERL 280, (ANEMIOSE)
NOTE =
1) The figure to be adjusted according to the machine rigidity or work rigidity. | m)f& =
2)In case of chatter occurring, recommend to reduce the depth of cut dp or Spindle speed. i S s
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed. — H|E
4)Use air blow. ‘ K| =
5)In case of 50-55HRC, recommend to reduce 30% above dp, /1, 4. (In the case of hardened die steel) \ @ & g

A wk v fctic)::Fi oA Application

TmEomRsS | P@ | MAFULAE LK@k N 7IVS=oLE2[SBAS FIYAS| Hm@Er
ISO PO1 P10§P20 P30 P40|M01:M10:M20:M30:M40{ K01 : K10 { K20 | K30 N01§N10§N20 N30) S01 3310 S20:S30{HO01 :H10H20
[@Fzo5 ?
: 405040 |
ot [ ©cstis_| [ @Jcstis | DcsTie] | GCstis
Range JCB003S
[ JC8015 |
o ~ [®Jcsoso ~ (Dics050 |




// DIJET

SD

winwh 29|V mn = 1nfc3=E-3=0 Attention for profile milling

TYPE
@Y —)V/I\ADEHTTE

Calculation of tool pass dia.

SV EVINI Ramping AUAJVINI Helical interpolation @dc = ¢Dh—@Dc
WV—)UINRE VARES Ie&
L (pDh Tool pass dia. Bore dia. Tool dia.

@ —EAZDDYBAHRE BRAVLAFH
REApEMZIEVERICU TS EE LY,
Depth of cut per one circuit should not exceed
max. depth of cut dp.

@Y—)L/\ZADEEARIFST DAy bk
[CFDKRSREEIEDICLTLEE L,

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

@ RUUYINSDSVEVIIMTIIFTH
BT EE LY,
Do not continue ramping after drilling.
ON\UAVIITEHTH (T DHDERHID 5
bﬁ(i\ B—hyZEEDICTRRELTL
MomL  cebe

R - In case of helical interpolation, remove the core
emains by traverse milling.

|
[
|
|
|

O) o
\M
©

Tool dia.

TE®& ¢Dc

&
X)

@5V I AUAIVINTEIRED REZFELHIRMEZRDT0%LLT  @In case of ramping and helical interpolation, apply 70% or less

TINLTUTLEELY, feed speed from standard cutting condition table.

O RUU VI INTEFE. EAEEDIRE ZIZELNHISKEZRD50% LT T @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEEL, standard cutting condition table.

O RUUVIINTEICIE EFELURUVLID K FHRUEIZIESHHDE  @Long consecutive chips may come out in case of drilling, con-
FTOT. B2ICIFT7FRUTLES LY, firm the safe condition sufficiently.

, , EFENMNT | RIVUR | RRIVE | RAER |RAUAH SAUBAFES(ap) |RARUUVY .
IBR®R | FyIE (R |AT8ER @Dt | ¢Dhmin. | pDhmax. | BELE) | FE:ap MIBOYHEIESLmm)| Fsz |FEREX
Tool dia. insertdia.  |Eff. Cutting dia.|Min. bore dia.| Max. bore dia.|Max. ramping| Max. depth Total cutting length at Max. drilling Depth of

(mm) (mm) (mm) (mm) (mm) angle 6° of cut Max. dp depth holder face
(mm) (mm) (mm)
15 7(R3.5) 8 20 28 3°00' 3.5 66.8 0.4 1.0
16 7(R3.5) 9 22 30 9°00' 85 22.1 1.5 2.5
20 7(R3.5) 13 30 38 5°30' 3.5 36.3 15 2.5
22 7(R3.5) 15 34 42 4°35' 85 43.6 1.5 2.5
25 7(R3.5) 18 40 48 3°40' 3.5 54.6 15 2.5
25 | 10(R5) 15 34 48 10°45' 5.0 26.3 2.5 3.5
28 | 10(R5) 18 40 54 8°20' 5.0 34.1 2.5 3.5
30 10(R5) 20 44 58 7°15' 5.0 39.3 2.5 315
32 10(R5) 22 48 62 6°25' 5.0 44 .4 2.5 3.5
32 | 12(Re6) 20 44 62 7°35' 6.0 45.1 2.5 3.5
35 | 10(R5) 25 54 68 5°30' 5.0 51.9 25 3.5
35 | 12(R6) 23 50 68 6°15' 6.0 54.7 2.5 35
40 12(R6) 28 60 78 4°55' 6.0 69.7 2.5 3.5
42 10(R5) 32 68 82 4°05' 5.0 70.0 25 8.5




MOdUIar Heads FULL LINEUP

MDH | ZLXAF E5a5—Ao K EEaHRH
TYPE Recommended cutting conditions for MDH and MSN

EVa5—AY FMDHE + BE—8(EYa1S5—\y RBEA—IVEBEY v I7—I\)

TE (mm) Tool dia.

wmuEl s | T2 16 20 25
Work materials | 172 XE No. of teeth 2N FEL No. of teeth 2N XE No. of teeth 2N
Grades 2 ap n Vi 2 ap n Vi 2 ap n f
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
PR 70 1 4500 | 2,300 70 1.5 3,500 | 2,400 90 1.5 2,800 | 1,900

(S50C, 855C)__ | 4C5040

B 250HBIT 110 0.6 3,500 | 1,750 | 120 1 3,200 | 2,000 | 140 1 2,550 | 1,600
Carbon steel (G50, C55) JC5118

Below 250HB 150 04 | 3,000 | 1500 | 190 06 | 2,400 | 1,200 | 210 0.6 | 1,900 | 1,000

TU)\—R 70 0.8 3,200 | 1,800 70 1.2 2,850 | 1,900 90 1.2 2,300 | 1,600

(HPM7, PX5, NAK80, P20)

f#<30-43HRC |JC8015| 110 0.5 2,600 | 1,300 [ 120 0.8 2,600 | 1,600 | 140 0.8 2,100 | 1,300

Ll 2 150 | 03 | 2,600 | 1,300 | 190 | 05 | 2400 | 1450 | 210 | 05 | 1,900 | 1,150

TEif 70 0.8 3,200 | 1,800 70 1.2 2,850 | 1,900 90 1.2 2,300 | 1,600
(SKD61, SKD11)_| Jc5040

EE 256 HBIR 110 05 2,600 | 1,300 120 0.8 2,600 | 1,600 140 0.8 2,100 1,300
Die steel (1.2344, 1.2379)| JC5118
Below 255HB 150 0.3 2,600 | 1,300 190 0.5 2,400 | 1,450 210 0.5 1,900 1,150
ATV A 70 0.8 3,200 | 1,800 70 1.2 2,850 | 1,900 90 1.2 2,300 1,600

(SUS304)

fEs250HBILT |JC8O15| 110 0.5 2,600 | 1,300 [ 120 0.8 2,600 | 1,600 | 140 0.8 2,100 | 1,300

Stainless steel

Below 250HB 150 0.3 2,600 | 1,300 190 0.5 2,400 | 1,450 210 0.5 1,900 | 1,150
H5E AN 70 0.5 1,800 540 70 0.7 1,450 580 90 0.7 1,150 460
(SKD61, SKD11) JC8015
fE40-50HRC 110 0.3 1,400 420 120 0.4 1,200 480 140 0.4 900 360
Hardened die steel (12344, 12379) JG8003
40-50HRC 150 - - - 190 - - - 210 - - -
(% F(%) 70 1 3,000 | 2,100 70 1.5 2,750 | 2,200 90 1.5 2,200 | 1,760

fES300HBLLT |JC8015| 110 0.7 2,700 | 1,800 120 1.1 2,400 | 1,700 140 1.1 1,900 | 1,330

T 150 | 05 | 2700 | 1620 | 190 | 07 | 2400 | 1500 | 210 | 07 | 1,900 | 1.190

Below 3

TE®& (mm) Tool dia.

wHl e |77 32 32 4
Work materials | 4718 XE No. of teeth 2N FEL No. of teeth 3N FE No. of teeth 4N
Grades 2 ap n Vi 2 ap n Vi 2 ap n Vi
(mm) (mm) (min) | (mm/min) | (mm) (mm) (min®) | (mm/min) | (mm) (mm) (min) | (mm/min)
RS 100 | 15 | 2,200 | 1,800 | 100 | 15 | 2200 | 2400 | 100 | 15 | 1,750 | 2,450
(850C, $55C)__ | Jc5040
e 250HBIT [10201) 150 | 1 | 2000 | 1600 | 150 | 1 | 2000 2200 | 150 | 1 | 1,600 | 2240
o 50K 210 | 06 | 1,700 | 1,400 | 210 | 06 | 1,700 | 1,870 | 210 | 06 | 1,400 | 2,000
TU\—RH 100 | 15 | 2,000 | 1600 | 100 | 15 | 2,000 | 2000 | 100 | 15 | 1,600 | 2,000

(HPM7, PX5, NAK80, P20)

fE<-30-43HRC |JC8015| 150 1 1,800 | 1,440 150 1 1,800 | 1,800 [ 150 1 1,450 | 1,750

LR 210 | 06 | 1,600 | 1,280 | 210 | 06 | 1,600 | 1,600 | 210 | 06 | 1,300 | 1,550
TEH 100 | 1.5 | 2,000 | 1,600 | 100 | 15 | 2,000 | 2,000 | 100 | 15 | 1,600 | 2,000

(SKD61, SKD11)_| jc5040

B 255 HBLLF 150 1 1,800 | 1,440 150 1 1,800 | 1,800 150 1 1,450 1,750
Die steel (1.2344, 1.2379)| JC5118
Below 255HB 210 0.6 1,600 1,280 210 0.6 1,600 1,600 210 0.6 1,300 1,550
ATV A 100 15 2,000 | 1,600 100 15 2,000 | 2,000 100 15 1,600 | 2,000

(SUS304)

fE250HBLLT |JC8015| 150 1 1,800 | 1,440 150 1 1,800 | 1,800 150 1 1,450 | 1,750

Slainless steel 210 | 06 | 1,600 | 1280 | 210 | 06 | 1,600 | 1,600 | 210 | 06 | 1,300 | 1,550

AN 100 1 900 360 100 1 900 500 100 1 720 580
(SKD61, SKD11) |JC8015

BEE40-50HRC | 150003 150 0.6 700 280 150 0.6 700 400 150 0.6 560 450

e e (84 1267 210 | 03 600 | 240 | 210 | 03 600 | 300 | 210 | 03 | 480 | 380

(%’ F&%) 100 15 1,800 | 1,800 100 1.5 1,800 | 2,400 100 1.5 1,450 | 2,400
fE300HBLLT |JC8015| 150 1.2 1,600 | 1,600 150 1.2 1,600 | 2,100 150 1.2 1,300 | 2,100
Grey &élg(:uommfa%%ﬁg 666 210 0.7 1,500 | 1,500 210 0.7 1,500 | 2,000 210 0.7 1,200 | 1,900
O: IURINVRELER, apthA#FRE, n: TEEEZRE, VhEDRE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vi: Feed speed
BERLEDOFESIR NOTE

1) LEEOTIBISMAS RN S L U7 — VAIEICIS U TRREEC SV, 1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) U D RELIZBAIE THALRE & LEEEELY) R LTEE L, 2)In case of chatter occurring, recommend to reduce the depth of cut ap or
HBVISEELHREE TS TER SV, Spindle speed and keep feed per tooth.
3)ELGIDIE S I [EEnEEE S S USRI 2R 8EN70% - FiF¢¢  3) Incase of full slotting recommend to reduce the spindle speed /7and feed
@ FE, speed Vi to 70% of above figures.



// DIJET

LA N BYAS—AYR IEELEIRGE

TYPE H.S.C. recommended cutting conditions for MDH and MSN
EYVa5—AY FMDHE + BE—8(EYa15— vy REF—IVBEY v I 7—I\)

H . YIRIRE 1HEDDEDE | YHAIKRS

W:)rgf( Egtgals Hﬁfd n;é;s 7 ‘érzz*i C&Si?gﬁf}d £ ];f'?r{;) - Di}?nfn%:{
Al 160~260HB jggg;g 400~500 0.2~03 0.1~0.3
A e ety | 170~300HB jgggég 300~400 0.2~0.3 0.1~0.3
P s 180~280HB JC8003 300~400 02~03 0.1~03
ﬁ?jﬁ?;g;“ﬂf;‘g;s) 180~280HB JC8003 250~350 0.2~0.3 0.1~0.3
7! ot (Foa gy A 280~400HB JC8003 250~350 02~03 0.1~03
T S OsLoo™ | 180~255HB | JCB003 250~350 0.2~0.3 0.1~0.3
AN e oo 1279 | 40~55HRC JC8003 200~300 0.1~0.25 0.1~0.2
o o 2379 | 55HRC~ JC8003 150~250 0.1~0.2 0.1~0.2
2T YLAM (SUS304,SUSSI6) | 150~250HB jggg;g 200~300 0.15~0.3 0.1~0.3

WER O REE i

1) EEEDOYIHIZEAFHIE FEARIES & U7 — VEIMEICISU CEREECAZE W, 1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) U D RELS AT ThAHRES & FEEHEL ) Hi%< LTLEEW,  2)In case of chatter occurring, recommend to reduce the depth of cut ap or
HENFEEREEF T TEEL S, Spindle speed and keep feed per tooth.



MOdUIar Heads FULL LINEUP

YA RFvI\— EI21S5—AY R EEIEIRM
TYPE Recommended cutting conditions for MIC and MSN
EJa5—=AYyRMICH(Fv T 10#2) + BE—E(EY1S5—~Ay RBA—IVBEY v>27—I\) ZCMT10... insert's type

TE#& (mm) Tool dia.

o Bl A4 Fv7 16/18 20 20/22
Work materials g T#L No. of teeth 2N HE No. of teeth 2N F#L No. of teeth 3N
Grades \= 5 T ap [ n [ Vi a | A | Vi | 2 ] a | .| Vi
(mm) (mm) (min”) | (mm/min)| (mm) (mm) (min) | (mm/min)| (mm) (mm) (min”) | (mm/min)
R 70 06 | 3,580 | 2,150 70 0.7 2,860 | 1,300 70 0.7 2,860 | 1,860

(S50C, S55€)

@%*EWHBW‘ JC5040| 120 | 05 | 3,180 | 1,590 | 120 | 05 | 2550 | 1,300 | 120 | 05 | 2,550 | 1,660
arbon steel

(C50, C55)
Below 250HB 160 | 03 | 2980 1490 | 190 | 0.2 | 2390 | 1,100 | 190 | 0.2 | 2,390 | 1,550

TUN\—R 8 Jcs040| 70 0.6 | 3,180 | 1,600 70 0.7 | 2,550 | 1,050 70 0.7 | 2,550 | 1,530
(HPM7, PX5, NAK80, P20)

B 30-43HRC JC5015| 120 | 05 | 3,180 | 1,600 | 120 | 05 | 2,550 | 1,050 | 120 | 05 | 2,550 | 1,530

( Mold steel ) (40HRCLLE)
iy leoeoiecl| 160 | 0.3 | 2,980 | 1490 | 190 | 0.2 | 2,390 | 990 | 190 | 0.2 | 2,390 | 1,530

TE 70 0.6 3,180 | 1,600 70 0.7 2,550 | 1,050 70 0.7 2,550 | 1,530
(SKD61, SKD11)

BE255HBBIT 05040 120 | 05 | 3,180 | 1,600 | 120 | 05 | 2,550 | 1,050 | 120 | 05 | 2,550 | 1,530

Die steel
(1.2344, 1.2379) 160 | 03 | 2980 1490 | 190 | 02 | 2390 | 990 | 190 | 02 | 2390 | 1530
25U 70 | 06 | 3180 |1600| 70 | 07 |2550 | 1050 | 70 | 07 | 2550 | 1,530
(SUS304)

fEE250HBLLT JC5015| 120 05 | 2,980 | 1,490 [ 120 0.5 | 2,390 990 | 120 0.5 | 2,390 | 1,400

Stainless steel
Below 250HB 160 0.3 2,980 | 1,490 190 0.2 2,390 990 190 0.2 2,390 | 1,400

JEANE 70 0.4 1,400 350 70 0.5 1,100 255 70 0.5 1,110 420
(SKD61, SKD11)

f40-50HRC Jc5015| 120 | 03 | 1,200 | 300 | 120 | 03 950 | 220 | 120 | 03 950 | 330
Hardened die steel

(1.2344,1.2379)
40_50HRC 1 60 - - - 1 90 - - - 1 90 - - -
(% F(-%) 70 0.6 2,980 | 1,800 70 0.7 2,400 | 1,320 70 0.7 2,400 | 1,680

G@?—*SOOHBW‘T Jcs5015| 120 | 05 | 2980 | 1,650 | 120 | 05 | 2400 | 1,320 | 120 | 05 | 2,400 | 1,580
rey & Nodular cast iron

(GG, GGG)

Belon 3001B 160 | 0.3 | 2500 | 1,380 | 190 | 02 | 2,070 | 1,30 | 190 | 0.2 | 2,070 | 1,400
70 | 20 |8000 | 4000 | 70 | 20 | 6400|3200 | 70 | 2.0 | 6400 | 4480
FILE=ILES
BE50-110HB FZ15 | 120 | 15 | 8,000 | 3600 | 120 | 1.5 | 6,400 | 3,200 | 120 | 1.5 | 6,400 | 4,160
Aluminum alloy
50-110HB

160 1.0 | 6,700 | 3,000 [ 190 1.0 | 5600 | 2,520 [ 190 1.0 | 5,600 | 3,640

0: ICRINVRELRE, ap: VAR, n: TELERE, VhX)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed

Fv T#EJIDA10{E RS OIREL ISR

Recommended cutting conditions for MIC and MSN
EJa15—=AY FMICH(FvT10#2) + BE—E(TY15—~Ay RBAA—IVEBEY +>27—I\) JDA-ZCGT 10... insert's type

TEZ (mm) Tool dia.

0 Bl A Fv7 16/18 20 20/22
Work materials i TE No. of teeth 2N %L No. of teeth 2N T No. of teeth 3N
Grades [— 20 n Vi 2 ap n Vi 2 ap n Vi
(mm) (mm) (min) | (mm/min)| (mm) (mm) (min?) | (mm/min)| (mm) (mm) (min”) | (mm/min)

FILE=ILESD 70 2.0 | 8,000 | 4,000 70 2.0 | 6,400 | 3,200 70 2.0 | 6,400 | 4,480

B&50-110HB
ooy |JDAT0| 120 | 15 | 8000 | 3600 | 120 | 15 | 6400 3200 | 120 | 15 | 6400 4160

50-110HB 190 | 1.0 | 6,700 | 3,000 | 190 | 1.0 | 5600 2520 | 190 | 1.0 | 5600 | 3,640

£: IPRINVRELRESE, ap: YhAHFRE, n: TELERE, ViX)RE £: Overhung length, &p: Depth of cut, N: Spindle speed, W: Feed speed

A) 1. EECOUIHISRME. BREIES KOD—IBECR U TRELLIEEWV, 2. UHliEaeld 1/2DcI FTERALIEE L,
3. UUDHREUIGEE. IAFRSZ LEEHMELD BE LTLEELV, $BVIFEEEREZ FFTERALIEEL,
4. BYHIDBEIRR. BIEESJOEDEREF EEBED70%ICTFFTLZEL, 2L, 2 A 150mm EDBEF. BYIHIFHERFRE A,

Note) 1. The figure to be adjusted according to the machine rigidity or work rigidity. 2. Recommended to reduce the width of cut up to 1/2Dc.
3. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
4. In case of full slotting recommend to reduce the spindle speed n and feed speed Vf to 70% of above figures.
But do not recommend full slotting if overhung length is over 150mm,



A/ oroET
Recommended cutting conditions for MIC and MSN

EIa5—=AYRMICH(FvT13#2) + BE—E(EY15—~y RBA—)VBEY v+ 7—I\) IPMT13... insert's type

TE®Z (mm) Tool dia.

Y4 RFviIt— TEY15—AvY R EELHIRE
TYPE

w5 Wl # FvT 22 25 /27 40
&
Work materials KL No. of teeth 2N XL No. of teeth 3N X#L No. of teeth BN
Grades
2 ap n 1% 2 ap n 1% g ap n %i
(mm) (mm) (min”) | (mm/min) | (mm) (mm) (min) | (mm/min)| (mm) (mm) (min”) | (mm/min)
s i 70 | 07 | 2600|1300 | 90 | 1.0 | 2290 | 1500 | 100 | 1.5 | 1,430 | 1,070
(S50C, S55C)
WE2S0HBRT  1yc5040| 120 | 05 | 2600 | 1,300 | 140 | 06 | 2290 | 1,500 | 150 | 1.0 | 1.430 | 1,070
arbon steel
(C50, C55)
Below 250HB 190 0.3 2,200 | 1,100 | 210 0.3 1,900 | 1,230 | 210 0.4 1,430 860
TUN\—R 70 0.7 2,320 | 1,050 90 1.0 2,040 | 1,230 100 1.5 1,300 975

(HPM7, PX5, NAK8O, P20) [JC5040
@e30-43HRC | jo5015| 120 | 05 | 2320 | 1,050 | 140 | 0.6 | 2,040 | 1230 | 150 | 1.0 | 1,300 | 975

N
. , JC5015
30-43HRC (o 4ot 190 0.3 2,200 990 [ 210 0.3 1,900 | 1,140 | 210 0.4 1,300 780
TEH 70 0.7 2,320 | 1,050 90 1.0 2,040 | 1,230 [ 100 1.5 1,300 975

(SKD61, SKD11)
BEEe55HBELT (05040 120 | 05 | 2,320 | 1,050 | 140 | 06 | 2,040 | 1,230 | 150 | 1.0 | 1,300 | 975

Die steel
1.2344,1.237
(Be?ow’2553HBg) 190 0.3 2,200 990 210 0.3 1,900 | 1,140 210 0.4 1,300 780
27U 70 0.7 2,320 | 1,050 90 1.0 2,040 | 1,230 100 1.5 1,300 975
(SUS304)

fEX250HBLTF JC5015] 120 0.5 2,200 990 140 0.6 1,900 | 1,140 150 1.0 1,200 900
Stainless steel

Below 250HB 190 | 03 | 2200 990 | 210 | 03 | 1,900 | 1,140 | 210 | 0.4 | 1200 | 720

AN 70 05 1,010 255 90 0.7 890 340 | 100 0.8 560 330
(SKD61, SKD11)

EIE?-*“O'F’QHRC JC5015] 120 | 0.3 870 | 220 | 140 | 04 765 | 265 | 150 | 05 480 | 280
ardened die steel

(1.2344,1.2379)

40-50HRC 190 - - - 210 - - - 210 0.3 480 280
B &% 70 0.7 | 2,200 | 1,320 90 1.0 | 1,900 | 1,330 [ 100 1.5 | 1,200 | 1,050
(FC, FCD)

6@33‘30“&*? JC5015| 120 | 05 | 2200 | 1,320 | 140 | 06 | 1,900 | 1250 | 150 | 1.0 | 1,200 | 1,050
rey & Nodular cast iron
(GG, GGG)
S 190 | 03 | 1,880 | 1130 | 210 | 03 | 1,600 | 1,040 | 210 | 04 | 1,000 | 900

70 | 20 | 5800|2900 | 9 | 20 |5100 | 3570 | 100 | 3.0 | 3.200 | 2,800
FILE=ILES
E&50-110HB Fzi5 | 120 | 15 | 5800 2900 | 140 | 15 | 5100 | 3320 | 150 | 2.0 | 3,200 | 2,800
Aluminum alloy
50-110HB

190 1.0 | 5000 | 2,500 [ 210 1.0 | 4,300 | 2,800 [ 210 1.5 | 2,700 | 2,400

0. IRINVRELERS, ap:thAHFRE, n: TERERE, ViX)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, V: Feed speed

BERLOEREE NOTE
1) EEEOYIRISAFIE SRR S LU — TAMEICISU TREEC 280, 1) The figure to be adjusted according to the machine rigidity
) VWP RELZZEIR TIAHFREE LREEL) HERLTLES or work rigidity.
Vo B WIEEERRE £ T TRERC &V, 2) In case of chatter occurring, recommend to reduce the depth of
3)ETHINGZE I EERES LRV RE G EBEED70%ICT T cut Ap or Spindle speed and keep feed per tooth.
{FEEW 72720 . 2180mmBL EDIHE 1E GEYIEId R H Kk ¢ 3) In case of full slotting recommend to reduce the spindle speed
A HIHINEGel31/2Dc LI T TERAL £ &L, nand feed speed Vfto 70% of above figures.

But do not recommend full slotting if overhung length is over
180mm, reduce the width of cut up to 1/20c.



MOdUIar Heads FULL LINEUP

YA RFYI\— EIa15—"\Y

MIC = £a =2
Recommended cutting conditions for MIC and MSN

EJa15—AyRFMICH(FvT16#2) + BE—E(TI15—~v RBA—IVBEY v 7—I\) ZPMT 16... insert's type

R IREIRISR G

TER (mm) Tool dia.

5 Fw 25/ 27 32/35 30/32 40
% Hll # et
Work materials Grades K# No. of teeth 2N X# No. of teeth 2N X# No. of teeth 3N X# No. of teeth 4N
2 ap n Vit 2 ap n Vit g ap n Vit g ap n Vit
(mm) | (mm) | (min?) {((mm/min)[ (mm) | (mm) | (min7) |(mm/min)] (mm) | (mm) | (min) [(mm/min){ (mm) | (mm) | (min-) |(mm/min)
i 90 | 1.0 [2,120/1,070| 100 | 1.5 [1,790| 900| 100 | 1.5 [1,790|1,070| 100 | 1.5 |1,430|1,000
(S50C, $55C)
"’Efjgg:'s?etﬁ JC5040| 140 | 0.6 |2,120/1,070| 150 | 1.0 |1,790| 900| 150 | 1.0 [1,790|1,070| 150 | 1.0 |1.430|1,000
(€50, C55)
Below 250HB 210 | 0.3 |1,770| 890| 210 | 0.6 1,490 745|210 | 0.5 [1,490| 970| 210 | 0.4 |1,430| 720
TUN—R SR 90 | 1.0 [1,890 850| 100 | 1.5 |1,600| 720| 100 | 1.5 /1,600, 860| 100 | 1.5 1,300 780
(HPWT7, PX5, NAKS0, P20) | JC5040
30-43HRC | j05015| 140 | 0.6 |1,890| 850| 150 | 1.0 |1,600| 720| 150 | 1.0 |1,600| 860| 150 | 1.0 |1,300| 780
o o ||
. ) JC5015
30-43HRC boeorrd| 910 | 0.3 [1,770| 800| 210 | 0.6 |1,490| 670| 210 | 05 1490 870| 210 | 0.4 |1,300| 590
TEH 90 | 1.0 [1,890 850| 100 | 1.5 |1,600| 720| 100 & 1.5 /1,600 860| 100 | 1.5 1,300 780
(SKD61, SKD11)
ﬁﬁ?—*gii’jegu? JC5040| 140 | 0.6 1,890 850| 150 | 1.0 |1,600 720| 150 | 1.0 |1,600| 860| 150 | 1.0 |1,300 780
(1.2344, 1.2379)
Bolow 255HB 210 | 0.3 |[1,770| 800| 210 | 0.6 |1,490| 670| 210 | 0.5 |1,490| 870| 210 | 0.4 |1,300| 590
25V 90 | 1.0 [1,890| 850| 100 | 1.5 |[1,600| 720| 100 | 1.5 [1,600| 860| 100 | 1.5 [1,300| 780
(SUS304)
& 250HBLLTR|JC5015| 140 | 0.6 1,770 800| 150 | 1.0 |1,490| 670| 150 | 1.0 |1,490, 870| 150 | 1.0 |1,200| 720
Stainless steel
Below 250HB 210 | 0.3 [1,770| 800| 210 | 0.6 |1,490| 670| 210 | 0.5 |1,490| 870| 210 | 0.4 |1,200| 580
BEANSH 90 | 0.7 | 825| 250| 100 | 0.8 | 700| 210| 100 | 0.8 | 700| 260| 100 | 0.8 | 560| 270
L)
e Pile stog|1C5015 | 140 | 0.4 | 710| 210| 150 | 05 | 600 180| 150 | 05 | 600 225| 150 | 0.5 | 480 230
(1.2344, 1.2379)
40-50HRC 210 | - | - | - | 210 03 | 600 180|210 | 02 | 600| 225|210 | 0.3 | 480| 230
(% F(%) 90 | 1.0 1,770 /1,060 100 | 1.5 |1,500| 900| 100 | 1.5 /1,500 1,100| 100 | 1.5 |1,200| 840
FE&300HBILT
Grey & Noduar eston | 2C5015| 140 | 0.6 11,770 1,060 150 | 1.0 1,500 900| 150 | 1.0 1500|1100 150 | 1.0 |1200| 840
(GG, GGG)
Below 300HB 210 | 0.3 [1,590| 950| 210 | 0.6 |1,250| 750| 210 | 0.5 |1,250| 940| 210 | 0.4 |1,000| 720
90 | 2.5 |5,100 2,550| 100 | 3.0 |4,000|2,000| 100 & 3.0 |4,000 2,800| 100 | 3.0 |3,200|2,240
PILEYLES
BEE50-110HB | F715 | 140 | 1.5 |5,100/2,550| 150 | 2.0 14,000 2,000| 150 | 2.0 |4,000/2,800| 150 | 2.0 13,200 2,240
Aluminum alloy
S0-110¢B 210 | 1.0 4,300|2150| 210 | 15 |3,350(1,500| 210 | 15 3,350/ 2.200| 210 | 15 |2.700/1.760

2: IURINVBHULES, ap hAHEE, n: TEO&EHRE, W EDRE

BERLOEEERIR

£: Overhung length, &p: Depth of cut, N: Spindle speed, Wi: Feed speed

1) LEEDTIEIS I RIS & 0T — ZRIMEICIS U THREER S,
U DI RELGEIT THAAFRSZ LEBEEL) HRLTLEE
WoH D W IEEERE A T TERCEIL,
3)EBEINIBE I  EEEES LRV EE X ERHEDN70%ICT T
LWL EH180mmEL EDIEE I ETEI I HEEHFE L
A HIEIMEQeld1/2Dc LI T CERL £ &L,

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) In case of full slotting recommend to reduce the spindle speed
nand feed speed Vfto 70% of above figures.
But do not recommend full slotting if overhung length is over
180mm, reduce the width of cut up to 1/20c.



// DIJET

MEC [ 2=/{=IYKFvii— EJ15—AvK EEIHIRE
TYPE Recommended cutting conditions for MEC and MSN

EJa5—"\Y FMECH; + BBE—®(EJ15—~\v RRA—IVEBEY v+ I7—I\)

TEE (mm) Tool dia.

el FvI 16 20/21 24 /25/26 30/32/33 35

Work materials i X No.ofteeth 2N | X% No.ofteeth 2N | X% No.ofteeth 2N | X% No.ofteeth 2N | X% No. of teeth 2N

Grad
raeseapnerapnvfeapnerezpnvfgapnvf
(mm) | (mm) |(min-T)|(mm/min)] (mm) | (mm) |(min-)|(mm/min){ (mm) | (mm) [(min)|mm/min){ (mm) | (mm) |(min-T)|mm/min)| (mm) | (mm) |(min-')|(mm/min)

(S%{iﬁgo) 70| 0.6 |3,580/2,140[ 70| 0.7 |2,860|1,430] 90| 1.0 2,290/1,150( 100 | 1.5 {1,790 900| 100 | 1.5 [1,640| 820

E%ﬁggﬂiﬁ’l{? JC5040| 120 | 0.5 |3.180/1,590( 120 | 0.5 |2,860|1,430| 140 | 0.6 |2,290/1,150( 150 | 1.0 1,790/ 900| 150 | 1.0 |1,640 820

(C50, C55)
Below 250HB 160 | 0.3 (2,980/1,490| 190 | 0.3 |2,400/1,200] 210 | 0.3 {1,900, 950/ 210 | 0.6 (1,490, 745|210 | 0.6 [1,360| 680
TUIN\—RE 70| 0.6 [3,180(1,590] 70| 0.7 |2,550/ 1,150| 90 | 1.0 |2,040/ 920|100 | 1.5 (1,600, 720| 100 | 1.5 [1,460| 660

(HPM7. PX5 NAKS0, P20)| JC5040

8&30-43HRC | 105015 | 120 | 0.5 |3,180(1,590 120 | 0.5 |2,550| 1150( 140 | 0.6 [2,040| 920|150 | 1.0 11,600/ 720|150 | 1.0 1460/ 660

(1'\g%|1d1STPeZ|O) (40HRCLLE)
JC5015

soahre || 160 | 0.3 2.980/1490( 190 | 0.3 24001200 210 | 0.3 1900 860|210 | 0.6 1490, 670|210 | 0.6 1360 610

TE#H 70| 0.6 [3180(1,590 70| 0.7 2,550 1,150| 90| 1.0 2,040/ 920| 100 | 1.5 1,600| 720|100 | 1.5 |1,460| 660
(SKD61, SKD11)

BEE255HBELT 405040 120 | 0.5 |3180/1,590( 120 | 0.5 2,550/ 1,150] 140 | 0.6 [2,040| 920[ 150 | 1.0 1,600 720|150 | 1.0 [1,460 660

Die steel
(1.2344,1.2379)
Below 255HB 160 | 0.3 2,980/1,490| 190 | 0.3 |2,400/1,200] 210 | 0.3 (1,900, 860|210 | 0.6 {1,490, 670|210 | 0.6 [1,360| 610
2FVLRSH 70| 0.6 [3,180(1,590] 90| 0.7 2,550/ 1,150] 90 | 1.0 |2,040/ 920|100 | 1.5 (1,600, 720| 100 | 1.5 [1,460| 660
(SUS304)

EE250HBLLTR|JC5015] 120 | 0.5 12,980(1,490( 120 | 0.5 |2,400/1,080| 140 | 0.6 {1,900| 860| 150 | 1.0 |1,490, 670|150 | 1.0 |1,360| 610
Stainless steel

Below 250HB 160 | 0.3 [2,980(1,490| 190 | 0.3 |2,400/1,080| 210 | 0.3 [1,900| 860| 210 | 0.6 |1,490| 670|210 | 0.6 [1,360| 610

BEANSH 70| 0.4 11,400 350, 70| 0.5 1110 280 90| 0.7 | 890 270|100 | 0.8 | 700, 210|100 | 0.8 | 640| 190
(SKD61, SKD11)

fE<c40-50HRC
Hardened die steal JC5015( 120 | 0.3 1,200, 300 120 | 0.3 | 950/ 240|140 | 0.4 | 765/ 230({ 150 | 0.5 | 600 180| 150 | 0.5 | 550| 170

(1.2344,1.2379)

40-50HRC 160 - | - | - [190] = | = | = |[210] = | = | - |210| 0.3 | 600 180|210 0.3 | 550| 170
(ﬁ Ffﬁ) 70| 0.6 [2,980(1,800| 70| 0.7 24001440| 90| 1.0 1,900 1,140 100 | 1.5 [1,500 900|100 | 1.5 1,360 820

E300HBLLIT

P & Noduar s on | /5015 | 120 | 0.5 2980/1,650] 120 | 0.5 [2400/1,440) 140 | 0.6 1900/ 1:140| 150 | 1.0 (1500 90| 150 | 1.0 [1,360 820
(GG, GGG)
Below 300HB 160 | 0.3 [2,500/1,380| 190 | 0.3 |2,070/1,240| 210 | 0.3 |1,600| 960|210 | 0.6 |1.250| 750| 210 | 0.6 |1:140| 680

70 | 2.0 8,000/4,0000 70 | 2.0 6400[3,200] 90| 2.5 |51002,550| 100 | 3.0 4,002,000
FILE=ULAS

BE&50-110HB | F715 | 120 | 1.5 [8,000[3,600| 120 | 1.5 |6,400(3,200( 140 | 1.5 |5,100/2,550| 150 | 2.0 4,000(2,000
Aluminum alloy

50-110HB

160 | 1.0 6,700/3,000{ 190 | 1.0 |5,600/2,520( 210 | 1.0 |4,300|2,150{ 210 | 1.5 |3,350/1,500

0: IRINVERHULERE, ap:VhAA#ES, n: TEEEFHRE, W X)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vi Feed speed

BEALOFESEIA NOTE
1) EEEDOYIRISEAIE RIS KO — 7RSI U TRREES 7280, 1) The figure to be adjusted according to the machine rigidity
2) U D RELIZIHEIE THAKRS & EEEHELY) R LTS, or work rigidity.

HBVIIEELREE T TERL S, 2) In case of chatter occurring, recommend to reduce the depth of
3)ETHINIGE I AEnEES S UEVEREIE EEEED70%IC T T L cut dp or Spindle speed and keep feed per tooth.

SN, 3) In case of full slotting recommend to reduce the spindle speed
4) ERIE RS OERIARE I 3° LIFICTHEAC LS, Nand feed speed V410 70% of above figures.

4) In case of ramping, 3° is recommended.
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MOdUIar Heads FULL LINEUP

Attention for profile milling

SO77 I TEOEEEIE

SVEVIHII Ramping

L WREM:PIVZZOLGE | WEIM: FYVEER
r T8® Aluminum alloy Titanium alloy BRAYIAHES
‘ (mm) |ExlERIRE| BENEERE (SAMENAE| BEiEnk (mm)
L'—[ Tool dia. ° (mm) () mm Max. depth of cut
" Max. ramping angle | Total cutting length  Max. ramping angle| Total cutting length
i ¢Dc G° L o° L ap
i o 20 16 28 10 45 8
o | o | 0 25 11 # 9 51 8
. ol L 28 9 51 7 65 8
‘ % 32 7 65 6 76 8
Spé/ 35 6 76 6 76 8
40 5 91 5 91 8
BEALDOESERIA ot

1) T ES TMIEE  —FY ) O%Y) BEFBMIAEEND70%UTICLT SV,
2)FRLAEIE —HHA)DEYEF0.05mmELTICLTL £,
3) FELAEIEERMIEZT T,

1) In case of ramping, apply 70% or less feed per tooth from full slotting.
2)In case of titanium alloy, feed per tooth up to 0.05mm is recommended.
3) In case of titanium alloy, recommended wet cutting.

AUAJVINI Helical interpolation

@V —JUINZADEHAIE Calculation of tool pass dia.

@Dn ¢Dn
¢dc = @Dn—@Dc
L_[ 'I{)Jggs\s;éi{; Bérgzia. %ST élxa
O KNI Max. bore dia.
I B ¢ Dn={¢Dc—re (A—7R)-0.3(EHH4)}x2
s 5 | @ 53/)\IIT#E Min. bore dia. :
ﬁ’% g 0 “ @ Dh={ ¢ De— C(7/\—1i§) +0.3(E%04))x2
H i lo o O —FUD DYIAHRE NBAIASRE QpE M 1L
“ KIICLTLIEELY,
r Depth of cut per one circuit should not exceed max. depth of cut ap.
C - @YU ZDEESBIGY YAy NCED &SRS
BEIDICLTLIEELY,
Down cutting is recommended, so tool pass rotation should be
counterclockwise.
TEZ(mm) =R/A\TUE(mm) RAJUE(mm) 18R D O# 5 E)AHE (mm)
Tool dia. Min. bore dia. Max. bore dia. Helical interpolation depth / tool path rev.
i ZIL=ZOLMI FYVIML
BEe @D i QDI e For aluminum alloy For titanium alloy
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
BERALOEREIE OTE

1) RBOAMIEEFI-FROADFETY . TDMNDIA—FRDIGEIF LETE
HRICLWHEHLT LS,

2) AN FIVIITERE  —TJ 7 ) D) BEFEM TEFD70%LITICL TS0,

3) FLLERIE—HLL) DX EE0.05mmEUTICL TS,

4) FEERIGBEAMIET TS,

1) Min. & Max. bore dia. at this table is for R0.4, so in case of the 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 full slotting.

3) In case of titanium alloy, feed per tooth up to 0.05mm is recommended.

4)In case of titanium alloy, recommended wet cutting.

RUUYSIHI Drilling

L
FvFI—7FR (mm) RARUYYTZRE: Z (mm)
Insert corner radius Max. drilling depth
| re Z
o 0 pa [ R2IUT UptoR2 3
R3 / R3.2 2
X) re

BERALOEREIR

1) KUY IDSDILES TITIEIThEWTLEE W,

2) KUY JhNIRF G A mE ) R E AR EGHIRARD50% U T TMILT
(IR

3) KU IMIECIE GERRE LRV T I ROBBIGEDN HETDT.
TRICETHMEBLTLES L,

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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I7Z0OFvIN— EI21S5—A\Y R EEHISRGE
Recommended cutting conditions for MAL and MSN
EJa5—"NYRFMALRE + BHE—®(EVa153— v REA—IVEBEY v I 7—I\)
[lBD3RWBHEID] Shouldering

MAL

TYPE

wu | 727 TER& (mm) Tool dia.
Work materials wiE 20 25 28
Grades | £ ap ae n Vi 2 ap ae n Vi z ap > A a
(mm) | (mm) | (mm) | (min?) [(mm/min)l (mm) | (mm) | (mm) | (min) |(mm/min)] (mm) | (mm) | (mm) | (min”) (mm/min)
ZILEZOLES 75 10 4 114,000/ 840 90 15 5 12,000/ 4,800 | 90 12 5.6 |11,000| 2,640

fE<50-110HB

Mamnomaloy | 205 | 125 | 3 | 4 |14000) 700 | 140 | 8 | 5 |12,0002400| 140 | 6 | 56 |11,000 1320
-110HB

50-110 175 | 1 | 4 [10,0000 500 | 190 | 3 | 5 | 9,0001,200| 190 | 3 | 56 | 9,000 900
@ig{@%c esiig| B0 10| 4 950 57| 60 | 15 | 5 764/ 153| 90 | 10 | 56 | 685 110
I 90 | 5| 4 | 950 38| 9| 8 | 5 | 764 92| 110 | 6 56 | 685 69

“ TEE (mm) Tool dia.

wmu | 727 Rl

Work mateals | T8 32 35 40

OrKMAENIAS | Grades [ 2 ap | ae n vi | £ dp | de 0 vi & N -z A

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

I LS 100 | 10 | 6.4 |9500 2,850| 100 | 10 | 7 /9,000 4500| 100 | 12 | 8 |7,800 5,850
ﬁ;ﬁj—fﬁ&ﬂgﬂ? F205 | 150 | 6 | 64 9500 1520| 150 = 5 | 7 |9000|2700| 150 | 8 | 8 |7,800 3510

50-110HB 200 | 4 | 64 |8000| 800| 200 | 4 | 7 |7200|1152| 200 | 5 | 8 |6:400]1,920
@22’5“’5‘_{@%6 Jestig| 0| 10 64 | 600 120] 100 | 10 | 7 | 545 109|100 | 12 | 8 | 480 144
I 120 | 6 | 64 | 600 96| 150 | 6 | 7 | 545 76| 150 | 6 | 8 | 480 101
(lEDIEWVSHEID] Shouldering

" FuwF TE& (mm) Tool dia.
i\ 20 25 28
OrKMAENIAS | Grages [ 2 ap | e n vi & ap | de 0 vi | € o, || ED z A
(mm) | (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)[ (mm) (mm) (mm) | (min”) [(mm/min)

PEo LS 75 | 4 14 |14,000/1,120| 90 | 8 | 18 [12,000/4,800| 90 | 7 | 20 |11,000| 2,640

fEE<50-110HB

Auminomalioy | 2% | 125 | 2| 14 |14000) 700| 140 | 5 | 18 |12,00012,400| 140 | 4 | 20 |11,000/ 1540
o0-T10r8 175 | 05 | 14 10,000 500| 190 = 2 | 18 | 9,000/ 1,200| 190 | 2 | 20 | 9,000 900
FoUES

35430 | josrig | 60| 6 | 14| 90 76| 60 | 10 | 18 | 764 122| 80 | 7 | 20 | 685 110
e 9 | 3 | 14 | 950/ 48| 90 | 6 | 18 | 764/ 76( 110 | 3 | 20 | 685 69

w FwF TE2Z (mm) Tool dia.
% Bl #
Work materials wiE 32 35 40

Grades g ap 8e n Vi 2 ap ae n Vi 2 ap ae n Vi

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

%E:?L\ﬁ% 100 7 22 19,5002,850| 100 8 25 19,000 3,600 100 8 28 7,800 5,850
&50-110HB

Auminumalloy | FZ05 | 150 | 4 | 22 19500 1,520| 150 | 5 | 25 |9,000 1,800| 150 | 6 | 28 7,800 2,800

S0-T10R8 200 2 22 |8,000| 800 200 3 25 |7,200|1,000| 200 4 28 6,400 | 1,500
FoUAS

@&35-43:'HRC 1c5118 90 7 22 600 96| 100 8 25 545 87 100 8 28 480 | 115

M e 120 | 3 | 22 | 600| 60| 150 | 4 | 25 | 545| 55| 150 | 3 | 28 | 480| 72

R RHLRS, ap: VHAHRSE, ae: tIHIE, n: TEEERE, Vi X)RE

2 : Overhung length, ap : Depth of cut, &e: Width of cut, N : Spindle speed, Vf: Feed speed
BERALOEREIR
1) LEEDUIEIE MG RIS S OT7— ZRIMEICS U THRELESW,

2) UV P RELEIBEIE ThAARSE FEEEEL) HIR LTIV, HDVEEEREE TS TERLL SV,
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.




MOdUIar Heads FULL LINEUP

I70O0FvIN— EVaS—Av R EREISEE

TYPE Recommended cutting conditions for MAL and MSN
EIaA5—"NYFMALRE + BE—8(EY15— vy REA—IVEBEY v I 7—I\)
[7BtDEY] Slotting

5 ) +1 Fwv S TEE (mm) Tool dia.
Work material & 20 25 28
Ork materials Bl 7 a0 n Vi 2 = & a z e 5 v
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-") (mm/min) (mm) (mm (min-) (mm/min)
%"51%33 75 2.5 14,000 | 2,100 90 8 12,000 | 4,800 90 6 11,000 | 4,400
<50-110HB
Aluminum alloy FZ05 125 1 14,000 980 140 6 12,000 | 2,400 140 3 11,000 | 2,200
-110HB
20-110 175 0.5 | 10,000 500 190 2 9,000 | 1,200 190 2 9,000 900
FYVEE
W 35450RC | jgspig | | O 800 | 64| 60 8 640 | 102 | 90 6 570 | 91
ARG 0 | 3 00| 40| 9% | 4 640 | 77| 120 | 3 570 | 68
5 ) 41 FwvS TEZ (mm) Tool dia.
Ork materials S 7 a0 n Vi 2 = & a Z e 5 v
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min) (mm) (mm (min-) (mm/min)
%If:'jbéﬁ 100 6 9,500 | 3,800 100 6 9,000 | 3,600 100 8 7,800 | 4,680
<50-110HB
Aluminum alloy FZ05 150 3 9,500 | 1,900 150 4 9,000 | 1,800 150 5 7,800 | 3,510
-110HB
20110 200 2 8,000 | 1,280 200 2 7,200 | 1,150 200 3 6,400 | 1,920
FYVEE
35453000 | o510 |8 500 | 8 | 100 | 8 450 | 72| 100 | 8 400 | 9%
R 120 | 4 500 | 60 | 120 | 4 450 | 54| 150 | 4 200 | 72

2:RHLEREY, ap: VHAHKRES, n: TEMOERE, Vi EW)ERE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

BERALOXEERIR
1) _EEEDOYIEISRA IS MBS SO 7— 7RSS TREE 280,

2) PN RELBE IR TIAARS E LREIEL ) HERLTLES VY, HBVREERE T UERZEW,

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.




MBN | S5—1t—L EY25—Av K SEEMHIRM

TYPE H.S.C. recommended cutting conditions for MBN / MBN-H and MSN

ETY215—~v FMBNfZ/MBN-H# + BEE—#(EY 15—~y RRAZ—ILBEY v 7 7—I\)

F v TH1FE Grades M TE®R (mm) Tool dia. AH | Ews
# l # . | SAME | BAME
’ ERFYLERFYF| Cutting 10 12 16 RANE | mANIE
Work materials BNM#A |BNM-S/-SHy|  speed n Vi n Vi n Vi | Max.Depth | Max.Pick
&5-s7v)| Ve(m/min) [ miny | mm/min) | (mint) | mm/min) | (min?) | (mm/miny | @e(mm) | de(mm)
129°d» &5 8% (160-260HB) JO6102 1 750 124000 | 9,600 | 20,000 | 10,000 | 15,000 | 10,000 | 0.1-0.3 | 0.020¢
Gray castiron JC8008
52% )% (170-300HB) JC6102 ]
v osoos'| 600 [ 19,000 7,000 | 16,000 7,000 | 12,000 | 7,000 | 01-0.3 | 0.020c
5% (180-280HB) ]
e JC8008 | 600 | 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 01-0.3 | 0.020¢
ﬁwﬁiﬂ;ﬂsggf'%o”& Jc8008 | 600 [ 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 01-0.2 | 0.015Dc
JC8003
T S48 (180-255HB) ]
T A JC8008 | 600 | 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 0.1-0.2 | 0.0150c
18 AT3E (40-55HRC) JC6102 ]
AL (JGaoosy| 450 | 14500 | 4,300 (12,000 | 4800 | 9,000 | 4500 | 01-02 | 00150
18 A8 (56-63HRC) JC6102 ]
pTR (5609 (JGaoosy| 300 | 9500 | 2,800 | 8,000 | 3,200 | 6000 | 3,000 0.05-0.01| 00150
25> LS (150-250HB)
Nsbetion JC8008 | 500 | 16,000 | 6,000 | 13,500 | 6,000 | 10,000 | 6,000 | 0.1-0.2 | 0.0150c
SHEIE (80-150HB) 600 | 19,000 | 9,000 | 16,000 | 9,600 | 12,000 8,400 | 01-0.3 | 0.020c
Copper alloy KT9 JC20003
7IL=E% (30-100HB) FZ05 ]
e 800 | 25,000 | 12,500 | 21,000 | 12,600 | 16,000 | 11,200 | 01-0.5 | 0.020¢
%y E’R q ~ o
— F v THE Grades MR TE® (mm) Tool dia. ZJ&J} 5J9
: ERFYT|ERFYT| Cutting 20 25 30/32 RAE | RXIE
Work materials BNM#z |BNM-S/-SHw|  speed n Vi n Vi n Vi |Max.Depth| Max.Pick
(&5-s7v)| Ve(m/min) [ iny | mm/min) | (min") | mm/min) | (min?) | (mm/miny | @p(mm) | de(mm)
129°3» &% (160-260HB) JC6102 1 750 | 12,000 | 9,000 | 9,600 | 8,000 | 8,000 | 8,000 | 0.1-0.3 | 0.020c
Gray castiron JC8008
54%51)L§8% (170-300HB) JC6102
o Cooos | 600 | 9600 | 6700 | 7700 6,000 | 6,500 | 6,000 | 01-0.3 | 0.02Dc
5% (180-280HB)
o JC8008 | 600 | 9,600 | 6,700 | 7700 | 6,000 | 6,500 | 6,000 | 01-0.3 | 0.02D¢
e (P J08008 | 600 | 9600 6700 | 7700 | 6,000 | 6,500 | 6,000 | 01-0.2 | 0.0150c
JC8003
T 548 (180-255HB) )
L (1802 JC8008 | 600 | 9,600 | 6700 | 7,700 | 6,000 | 6,500 | 6,000 | 0.1-0.2 | 0.0150c
18 AM$E (40-55HRC) JC6102
Ly (caoos)| 450 | 7200 | 3,600 | 5750 | 3,450 | 4800 | 3,360 | 01-02 | 0.0150c
5 AN (56-63HRC) JC6102 )
i et (Gaoos)| 300 | 4800 | 2400 | 3:850 | 2,300 | 3,200 | 2,200 |0.05-0.01| 0.0150c
25> (150-250HB)
A iettion JC8008 | 500 | 8,000 | 4,800 | 6,400 | 4,500 | 5300 | 4,200 | 01-0.2 | 0.0150c
$A& % (80-150HB) ]
B alloy Lo 600 | 9,600 | 7,600 | 7700 | 6,200 | 6,500 | 6,500 | 01-0.3 | 0.020c
FIL=&% (30-100HB) FZ05 _
e 800 | 12,700 | 10,000 | 10,200 | 8,200 | 8,500 | 8,500 | 01-05 | 0.020¢

n: TEE#E&RE, Vi:#)EE  N:Spindle speed, Vi:Feed speed

-
0 , = = = IE:/X ﬁn B [j I\)bﬁ
*F v TRAHEOES *Attention to mounting insert b)) e
1. RV F v TEDER. 1. Clean the insert seat carefully. ¢ Dc N-m
2. FuIDER. (FICELER. B FTOENZEC L) 2 Clean the insert, especially hole and location face. 10 1.2
' ; D e . 3. Change the clamp screw when the screw gets worn out. 12 2.0
3. Jgﬁ@,}ii‘lbb\') VTI'\)I{HEIEED(EfEELfC< T‘:?‘\—m° 4. Do not tightened the clamp screw too hard. 16 3.0
4. U—XRIVMEHEDTELNKSITERLTLIZEWe  Recommend to use Torque control wrenches. 20 4.0
ML b O=-IWL Y FOERZE#EVELED, See the right table for recommended tightening torque. gg g.o
EHHT ML GERER) (Seetable) B -
- J




MOdUIar Heads FULL LINEUP

TYPE

= e N | 2 =
Recommended cutting conditions for MBN / MBN-H and MSN

-t

a15—"\vy

K IREIRISR G

ETJ25—~y FMBN#Z/MBN-H + E—#(EY 15—~y FRA—ILEEY v 77—I\)

F v THFE Grades R TER (mm) Tool dia. YAd | Ews
# Hl EFyT|@EFy 7| Cutting 10 12 16 RAME | BAME
Work materials BNM B[\IM-S/—SHHE y spe/ed. n Vi n Vi n Vi Max.Depth | Max.Pick
&5-s7v)| Ve(m/min) | miny | mm/min) | (mint) | mm/min) | (mint) | (mm/miny | @p(mm) | de(mm)
ggﬁfﬁﬁnﬁso'm”m jggagg 450 | 14,500 | 4.400 | 12,000 | 4,800 | 9,000 | 4,500 | 0.020c | 0.0250c
5951 )VERX (170-300H8) 4C6102 | 350 | 11,000 | 3,300 | 9,200 | 3,700 | 7,000 | 3500 |0.020c | 0.0250¢
DR (180-280H8) JC8008 | 350 | 11,000 | 3,300 | 9.200 | 3700 | 7,000 | 3,500 | 0.020c | 0.02Dc
ﬁﬁﬁﬂgg‘mo”m Jc8008 | 350 | 11,000 | 3,300 | 9,200 | 3,700 | 7,000 | 3,500 | 0.020¢ | 0.020¢
JC8003
%{%ﬂggg‘f"‘m Jc8008 | 350 | 11,000 | 3,300 | 9,200 | 3,700 | 7,000 | 3,500 | 0.020c | 0.020c
$NI8H (40-S5HRC) ostoa,| 250 | 8000 | 2000 | 6700 | 2,000 | 5000 | 2000 | 0.015D¢ | 0.020c
ﬁf{};}j‘f 56-63HRC) dggggg) 200 | 6,400 | 1,300 | 5300 | 1,500 | 4,000 | 1,400 | 0.010c | 0.020c
é;;:;ﬁfﬁ (L) JC8008 | 300 | 9,600 | 3,000 | 8,000 | 3,200 | 6,000 3,000 | 0.020c | 0.020¢
%‘?}ﬁfaﬁ%‘;‘m”m Jconogs| 380 | 11000 3800 | 9,200 4000 | 7000 | 3850 | 0.020¢ | 0.0250c
o KT9
T 2 S0400H5) FZ05 1 500 | 16.000 | 6,400 | 13,500 | 6,800 | 10,000 | 6,000 | 0.030c | 0.030c
F v THHE Grades | oo e TE®& (mm) Tool dia. Ak | Ews
# Bl #1 ERFyIERAFvT| Cuting 20 25 30/32 | BAME | BAfE
Work materials BNMpz BNM.S/.SHH; Vcspeed' n Vi n Vi n Vi Max.Depth | Max.Pick
(35-sFvA)| Ve(m/min) | miny | mm/min) | (mint) | mm/min) | (mint) | (mm/miny | @p(mm) | de(mm)
ggﬁfﬁfnﬁﬁo'm”m jgg;gg 450 | 7,200 | 4,300 | 6,000 | 4,000 | 5000 | 4,000 | 0.020c | 0.0250¢
5251 ) K (170-300H) JC102 1 350 | 5,600 | 3,000 | 4500 | 2,700 | 4000 | 2,800 | 0.020c | 0.0250¢
’ifffs(t?e?'m%) JC8008 | 350 | 5,600 | 3,000 | 4500 | 2,700 | 4000 | 2,800 | 0.020¢ | 0.020c
LAt Jc8008 | 350 | 5600 | 3,000 | 4,500 | 2,700 | 4,000 | 2,800 | 0.020¢ | 0.020c
JC8003
%ﬁ'ﬂdggi’e‘f‘i”& JC8008 | 350 | 5,600 | 3,000 | 4,500 | 2,700 | 4,000 | 2,800 | 0.020c | 0.02Dc
1A (40- , , , : , : 0150¢ | 0.020c
ﬁ’gf(};‘ffdﬁiosgiﬁ“) (jggggg) 250 | 4,000 | 1,800 | 3,200 | 1,600 | 2,700 | 1,400 | 0.0150¢ | 0.02D
ﬁfgﬁf d(igf‘s'ggl”m) dggggg) 200 | 3,200 | 1,300 | 2,600 | 1,300 | 2,000 | 1,000 | 0.010c | 0.020c
g;;@;ﬁfﬂ L 2 ) JC8008 | 300 | 4,800 | 2,400 | 3,850 | 2100 | 3.200 | 2,000 | 0.020¢ | 0.020c
éﬁfaﬁ?&-wom) Jeoones| 350 | 5600 | 3400 | 4500 | 3150 | 4000 | 3,200 | 0.020c | 0.0250c
e KT9
T SEr (B0100HE) FZ05 1 500 | 8,000 | 5600 | 6400 | 4,500 | 5300 | 4,800 | 0.030c | 0.030c
n: TEOE®RE, ViXWEE  Nn: Spindle speed, Vi: Feed speed
( o o . P TER (mm) | #EEHEST LY
*?W?HYNUH%U);IE *Attentlon tO mOuntl"g msert [’)-igmensions Re:;r’nmended Torque
1. RV F v TEEDER. 1. Clean the insert seat carefully. @ Dc N-m
2. 5 SR (BCBRE BAIROBNGECE) 2 Darte o sl okl 1012
3. ’g%wﬁgb“')_%‘r‘“{ hl&%?(sgﬁ;b(( T“::?‘\—m° 4.Do not tightened the clamp screw too hard. . 16 3.0
4. U—X BRIV EHEDTELNKSITERLTLIZE W Recommend to use Torque control wrenches. 20 4.0
ML b O=-IWL Y FOERZE#EVELED . See the right table for recommended tightening torque. gg 2-0
EHT ML ERER) (See table) B .




// DIJET

MBN| 7> 7##JBN245@RIOEEmEIRH for H.5.C. machine

TYPE H.S.C. recommended cutting conditions for MBN / MBN-H and MSN with JBN245 insert

=5—-MR—-ILF v ITBNME(#iEIBN245) + Y 15—y RMBN#Z/MBN-H#
+ BEE—#(EJ 15—y RREA—IVEBEY v I 7—I\)

TER Dc (mm) Tool dia. o
- R W
o5 ) 44 Fv T EDE f(mmirev) feed wgﬁif BAiE
Work materials i [E#5EE n (min) Spindle speed ept Max.Pick
Grades e P! P dp{mm) ae(rﬁm)
16 20 25 30
RIHEERk
(FC250, FC300)
B2 160-260HB 0.4-0.5-0.6 0.5-0.6-0.7 | 0.55-0.65-0.75 | 0.6-0.7-0.8 [0.05-0.1| Dc/40
Gray castiron
(GG25, GG30)
160-260HB
- JBN245
o515k
(FCD600, FCD700)
B2 170-300HB 0.3-0.4-05 0.4-0.5-0.6 | 0.45-0.55-0.65 | 0.5-0.6-0.7 [0.05-0.1| Dc/40
Nodular cast iron
(GGG60, GGG70)
170-300HB
20,000-24,000-28,000(16,000-19,000-22,000| 12,000-15,000-18,000 | 10,000-12,000-14,000
Fv I #iEJBN245EAROIRERIRGE CEEnTer RULEIHEREIIE
TYPE Recommended cutting conditions for MBN / MBN-H and MSN with JBN245 insert
=ES5—=-R—=ILF v IBNME(#EJIBN245) + €I a15—Av FRMBN#;/MBN-HH:
+ EHE—R(EY 15—y REA—IVEBEY v I 7—I\)
TE& Dc (mm) Tool dia. St
. W
o W ™ =0 A s
a5 M 9;7}{1;’ _IEDE f(mm/rev) feed tg:;{? Hiﬂl_g
Work materials Grades BISR&EE 0 (min?) Spindle speed ap(mm) g:(xrr?;ﬁl;
16 20 25 30
RTH
(FC250, FC300)
B2&160-260HB 0.5 0.6 0.65 0.7 0.1-015| Dc/40
Gray cast iron
(GG25, GG30)
160-260HB
. JBN245
o545k
(FCD600, FCD700)
f2&170-300HB 0.4 0.5 0.55 0.6 0.1-0.15 | Dc/40
Nodular cast iron
(GGG60, GGG70)
170-300HB
6,000-10,000
(HERZRIEEEE TERL 2L, Please work with max. spindle speed.)
WERALLOFEEIE
1) EEMITHETOYEIEHELE T My SR EEEHE L VS KRN TETCOYEISEEBRICTHERL LS,
2)INFLAMBN=FRILF ERBRES v Dty MEREHELET,
3) IXMITOFERICEY MIEDBESSSICRETEET,
4) TEBFEITRAANIICES EWEDIC TATTLEIERLS S,
5) XL EETRAANMNIE T 2581 TEHEEW E T TTER I,
B) N KDNTDEIEL FHICAEZEELETODT. CEALIFH—ICRIINIE2H I H->TLEI W,

NOTE

1) Recommend to use H.S.C. machine. If machine doesn't have high spindle capability, please apply general machine condition.
2)Recommend to use carbide shank and balanced tool holder.

3)In case of mist coolant, surface roughness will be improved.



MOdUIar Heads FULL LINEUP

=E5-5YFR EVaAS—AYK EEHIRG

TYPE H.S.C. recommended cutting conditions for MBN / MRN-H and MSN with RNM insert
=5=5YFPAFvT RNMZ+EI 15—y FMRNA2/MRBN-HFR? + BE—#(EY 15—~y RBA—IVEBEY v/ 7—I\)
TER (mm) Tool dia.

FvT| GIHIRE

1 Hl #4 . 10 12/13 16 /17
Work materials e R n(minY) [ Vmm/min) | n(minY) | VE(mm/min) [ n(mint) |V (mm/min)
Grades | Ve (m/min) = 2 :
YIAHRANE & EvwIiK{E(Mm) Max.D.0.C. &Max. Pick
ég@ggﬁﬁ; (160-260HB) 108003 500 16,000 | 6400 [ 13500 [ 6100 [ 10,000 | 5,000
ray cast iron Max. dp=0.3, Max. de=0.1xDc
55541V (170-300HB) | 0000 400 12700 | 4400 [ 10600 [ 3700 [ 8000 | 3,200
Nodular cast iron Max. dp=0.3, Max. de=0.1xDc
?ﬁﬁlﬁ (180-280HB) 108003 400 12700 | 4400 [ 10600 [ 3700 [ 8000 | 3,200
arbon steel Max. dp=0.3, Max. de=0.1xDc
{E&S48 (180-280HB) J— 350 11,000 | 3500 | 9200 | 2900 | 7000 | 2,660
Low alloy steel Max. dp=0.3, Max. de=0.1xDc
JUJ\— R3] (280-400HB) | o004 350 11,000 | 3100 | 9200 | 2600 | 7000 | 2300
Mold Steel Max. dp=0.3, Max. de=0.1xDc
%EE%M (180-255HB) T6E0E 350 11,000 | 3100 | 9200 [ 2600 [ 7000 | 2300
ool & die steel Max. dp=0.25, Max. de=0.1xDc
R ATUR (40-55HRC) 18003 | 200 6400 [ 1,500 . [ 5300 [ 1200 [ 4000 [ 1,000
ax. dp=0.2, Max. de=0.05xDc
ﬁ?&)\ﬂﬁm (56-63HRC) P 100 3200 | 600 | 2700 | 500 | 2000 | 400
ardened die steel Max. dp=0.15, Max. de=0.02xDc
A7 UM (160-250HB) | 000 350 11,000 | 2500 | 9200 | 2100 | 7000 | 1750
Stainless steel Max. dp=0.25, Max. de=0.1xDc
F&UAEA VIR (30-40HR0)| |05003 90 2900 | 700 | 2400 | 600 | 1790 | 450
Inconel, Titanium alloy Max. dp=0.2, Max. de=0.05x0c
$EE (80-150HB) JCB003 | 450 1,000 | 4400 | 9200 [ 3700 [ 7000 [ 3,500
Copper alloy KT9 Max. dp=0.3, Max. de=0.1xDc
7IL=EE (30-100HB) JC8003 600 19,000 | 7600 | 16,000 | 6400 | 12,000 | 6,000
Aluminum alloy KT9 Max. dp=0.4, Max. de=0.1xDc
G574~ JC8003 600 19000 | 7600 | 16,000 | 6400 | 12,000 | 6,000
Graphite JC10000 Max. dp=0.4, Max. de=0.1xDc

TER (mm) Tool dia.
FuT| MR = i) v i

# H + 58 | Guting spaed 20/21 25/26 30/32

Work materials Grades | Ve (m/min) n(mint) | Vf(mms/min) na(minl | V' (mm/min) n (min") | V' (mm/min)
HAHRAE & EvwIiAE(MmM) Max. D.0.C. & Max. Pick

1T % (160-260HB) 18003 500 8000 | 4000 | 6400 [ 3200 | 5300 | 2650
Gray cast iron Max. dp=0.3, Max. de=0.1xDc
5554 )L ik (170-300H8) | o0 400 6400 | 2560 | 5100 [ 2040 | 4200 [ 1,700
Nodular cast iron Max. dp=0.3, Max. de=0.1xDc
gfg@ S(t1e%(|)-280HB) 108003 400 6,400 | 2,560 Mal)(. ap5=,1£g’ Ma; 382:,8;1200 | 4200 | 1700
K& £8 (180-280HB) 6608 350 5600 | 2130 | 4500 | 1710 | 3700 | 1,400
Low alloy steel Max. dp=0.3, Max. de=0.1xDc
TUJ)\—R>/§8 (280-400HB) | oa00s 350 5600 | 1850 | 4500 | 1490 [ 3700 [ 1,220
Mold Steel Max. dp=0.3, Max. de=0.1xDc
T E8§ (180-255HB) S 350 5600 | 1,850 | . 43(;% . \ 31,40910 . [ 3700 | 1,220
Tool & die steel Max. dp=0.25, Max. de=0.1xDc
1 AN $H (40-55HRC) 108003 200 3180 | 800 [ 2550 | 640 | 2100 | 525
Hardened die steel Max. dp=0.2, Max. de=0.05xDc
BEANSE (56-63HRC) 6608 100 1590 | 320 | 1270 | 250 | 1,060 | 210
Hardened die steel Max. dp=0.15, Max. de=0.02xDc
27U (150-250HB) | jogr0a 350 5600 | 1400 | 4500 | 1130 | 3700 | 925
Stainless steel Max. dp=0.25, Max. de=0.1x0c
F&UERA IRV (30-40HRC)| J5a003 90 1430 | 360 | 1150 | 290 | 955 | 240
Inconel, Titanium alloy Max. dp=0.2, Max. de=0.05x0c
$E& % (80-150HB) JC8003 350 5600 | 2800 | 4500 | 2250 | 3700 | 1,850
Copper alloy KT9 Max. dp=0.3, Max. de=0.1xDc
7IL=E% (30-100HB) JC8003 600 9600 | 4800 | 7650 | 35800 | 635 | 3,200
Aluminum alloy KT9 Max. dp=0.4, Max. de=0.1xDc
55T74 JC8003 600 9600 | 4800 | 7650 | 3800 | 6350 | 3,200
Graphite JC10000 Max. dp=0.4, Max. de=0.1xDc

n: TEOERE, W EWRE N Spindle speed, W Feed speed

@ ( 72R—I DKk F v ITEHFIFEDEE £ BIRLEE L), Please see page 72 for Attention to mounting insert. )




E5—=5I7 R EIVaAS5—A\Y I EEHISRGE
Recommended cutting conditions for MRN / MRN-H and MSN with RNM insert

=E5—=5IFPAFvT BNMZ+EY 15—y FRMBN#;2/MBN-H2 + BE—8(TY 15—~y RAZ—IVEBE v+ 7—I\)
TE® (mm) Tool dia.

FyT| GIHEIRE

1 Bl 44 . 10 12/13 16/17
Work materials Jiﬁi C‘“/:'?ri/snﬁfnid n(min) [ Vfmm/min)| nmin’) [ Vimmmin)| nmint) [ VF(mm/min)
UhAHFERKE & EvIRAMBE(Mm) Max.D.0.C. & Max. Pick

1T H ik (160-260HB) 9,500 | 3,800 8,000 | 3,600 6,000 [ 3,000
Gray cast iron JC8003 300 0.3 0.‘4 0‘.5
54%4)L§E8% (170-300HB) 8,000 | 2,800 6,700 2,300 5,000 2,000
Nodular cast iron A 250 0.3 0.3 0.4

B ZR4H (180-280HB) JC8003 250 8,000 | 2,800 6,700 | 2,300 5000 | 2,000
Carbon steel JC8015 0.3 0.3 0.4
{E&£48 (180-280HB) JC8003 250 8,000 | 2,600 6,700 | 2,100 5000 | 1,900
Low alloy steel JC8015 0.3 0.3 0.4
ZUJ\—R>/$ (280-400HB) | JC8003 250 8,000 | 2,200 6,700 [ 1,900 5000 | 1,650
Mold Steel JC8015 0.3 0.3 0.4

T E4H (180-255HB) JC8003 250 8,000 | 2,200 6,700 | 1,900 5000 [ 1,650
Tool & die steel JC8015 0.3 0.3 0.4

B2 ANSE (40-55HRC) 4300 | 1,000 3600 | 800 2700 | 675
Hardened die steel JC8003 135 0.3 0.3 0.3
BEANSE (56-63HRC) 2400 [ 500 2,000 | 400 1,500 | 300
Hardened die steel LI i 0.15 0.15 0.18

A7V UA$M (150-250HB) | JC8003 250 8,000 [ 1,800 6,700 [ 1,500 5000 | 1250
Stainless steel JC8015 0.3 0.3 0.4

F5 A%V 22)b (30-40HRC)| JC8003 55 1,700 400 1,500 300 1,100 275
Inconel, Titanium alloy JC8015 0.25 0.25 0.25

$AE S (80-150HB) JC8003 250 8,000 | 3,200 6,700 | 2,700 5000 | 2,500
Copper alloy KT9 0.3 0.4 0.5
7IL=E% (30-100HB) JC8003 250 11,000 [ 4,400 9200 [ 3700 7000 [ 3500
Aluminum alloy KT9 0.5 0.6 0.8
9S5T7A b JC8003 350 11,000 | 4,400 9,200 | 3,700 7000 | 3,500
Graphite JC10000 0.5 0.6 0.8

TE®Z (mm) Tool dia.

Fv7| IHIERE

% Hll #4 . 20/ 21 25/26 30/32
Work materials ggﬁ C‘u/tct'?r?]fnﬁfnid nmin’) [ Vimm/min) [ nmin) [Vimm/min)[ nmin) | VFmm/min)
hAHRKE & EvIRXE(mm) Max.D.0.C. & Max. Pick

1R FH ik (160-260HB) JCB003 300 4800 | 2,400 3,800 | 1,900 3180 | 1590
Gray cast iron 0.7 0.‘8 1.‘0

5444 )% (170-300HB) 4000 [ 1,600 3,200 1,280 2,650 1,060
Nodular cast iron JC8003 250 0.5 0.6 0.8

%38 (180-280HB) JC8003 250 4000 [ 1,600 3200 | 1,280 2,650 | 1,060
Carbon steel JC8015 0.5 0.6 0.8

K& £8 (180-280HB) JC8003 250 4000 | 1520 3200 [ 1,210 2,650 | 1,000
Low alloy steel JC8015 0.5 0.6 0.8
ZUJ\—R/$f (280-400HB) | JC8003 250 4000 | 1,320 3200 | 1,060 2,650 | 880
Mold Steel JC8015 0.5 0.6 0.8

T E3 (180-255HB) JC8003 250 4000 | 1,320 3200 | 1,060 2650 | 880
Tool & die steel JC8015 0.5 0.6 0.8

1 AN$E (40-55HRC) 2150 [ 540 1,720 [ 430 1,430 [ 360
Hardened die steel JC8003 135 0.4 0.5 0.6
BEANSE (56-63HRC) 1,200 | 240 950 [ 190 800 | 160
Hardened die steel A (i 0.2 0.25 0.3
257U RSM (150-250HB) | JC8003 250 4000 | 1,000 3200 | 800 2650 | 660
Stainless steel JC8015 0.5 0.6 0.8
FHUEE- 1)L (30-40HRC)| JC8003 55 875 | 220 700 | 175 580 | 145
Inconel, Titanium alloy JC8015 0.3 0.35 0.4

#& % (80-150HB) JC8003 250 4,000 | 2,000 3200 [ 1,600 2650 | 1,325
Copper alloy KT9 0.7 0.8 1.0
7IL=E% (30-100HB) JC8003 350 5600 | 2,800 4500 [ 2,250 3700 | 1,850
Aluminum alloy KT9 1.0 1.2 1.6
55774~ JC8003 350 5600 | 2,800 4500 [ 2,250 3700 | 1,850
Graphite JC10000 1.0 1.2 1.6

n: TEEERE, W EWRE N Spindle speed, W: Feed speed

( 72R—I DKk F v THUTIFIEDES £TBIRTEEU)  Please see page 72 for Attention to mounting insert. ) @




MOdUIar Heads FULL LINEUP

XEAFYTIDI—FROKRETEICKD GEDREVIZTFOCVHAHFRSapZ TIF TLEETV(FRINAHLEESE),
Recommend to reduce the depth of cut ap and keep Feed speed Vf by corner radius. (see the below table)

=SS5—-S5YFTR EV15—AYR SEDEIEIRMG
TYPE

High feed cutting conditions for MBN/MRN-H and MSN with HRM/HRM-F insert
=5=3 Y7 AF v ITHRM/HRM-FZ + €Y a2 5—~Av BMRNAZ/MRN-HA? + BBE—#(EY 15—y RBEF—ILEBEY v+ I 7—I\)

FuyT TE%Z (mm) Tool dia.
2 Hl # s ®10xR2/ ¢11xR2 ®12xR2/ $p13xR2
Work materials | o 1oc £ ae ap n Vi 4 ae ap n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(s’%(%s%@c) 50 4.2 0.40 6,000 | 6,000 60 5.6 0.40 5,000 5,000
fﬁ%‘;&?ﬂ'ﬁtﬁ Jcsois | 75 4.2 0.25 6,000 | 6,000 80 5.6 0.25 5,000 | 5,000
50, G55} 100 4.2 020 | 6,000 | 6000 | 110 5.6 020 | 5000 | 5000
TUJ\— R 50 4.2 0.40 5700 | 5,700 60 5.6 0.40 4,700 | 4,700
(HPM7, PX5, NAK80, P20)
BTS0-43HRC | Jcgots | 75 4.2 0.25 5700 | 5,700 80 5.6 0.25 4,700 | 4,700
Sl 100 4.2 020 | 5700 | 5700 | 110 5.6 0.20 | 4700 | 4700
TE 50 4.2 0.40 5700 | 5,700 60 5.6 0.40 4,700 | 4,700
(SKD61, SKD11)
ﬁﬁf—‘ggﬁs'jegw Jcsois | 75 4.2 0.25 5700 | 5,700 80 5.6 0.25 4,700 | 4,700
(1.2344, 1.2379) 100 42 | 020 | 5700 | 5700 | 110 56 | 020 | 4700 | 4700
27V 50 4.2 0.40 5,400 | 5,400 60 5.6 0.40 4500 | 4,500
(SUS304)
W&250HBIUT | JC8015| 75 4.2 0.25 5,400 | 5,400 80 5.6 0.25 4500 | 4,500
Stainless steel
Below 250HB 100 4.2 0.20 5400 | 5,400 110 5.6 0.20 4500 | 4,500
AN 50 4.2 0.20 4,700 | 4,700 60 5.6 0.20 4,000 | 4,000
(SKD61, DAC, DHA)
BESA060HAC | Jc8015 | 75 4.2 015 4700 | 4,700 80 5.6 015 4,000 | 4,000
ardened die steel
(1.2344, 1.2579) 100 42 010 | 4700 | 4700 | 110 5.6 010 | 4000 | 4,000
fﬁ FC-% 50 4.2 0.40 5,100 5,100 60 5.6 0.40 4,200 | 4,200
6 BE300HBUT | 08015 75 4.2 0.25 5,100 5,100 80 5.6 0.25 4,200 | 4,200
rey & Nodular cast iron
e 100 4.2 020 | 5100 | 5100 | 110 5.6 0.20 | 4200 | 4200
J—FREVCHIFD R0.5 ap x 0.60 RO.5 ap X 0.60
ThAdrLs o | R a X 07 o | R 2 X 07
Depth of cut adjustment Corner p X 0.70 Corner p X 0.70
by corner radius radius R2 ap X 1.0 radius R2 ap X 1.0
%%éiﬁ%ﬂ HEDBEVET T, LRIABHLEDED JIAGRSapE RF TR, (ooito o 11e 00 el ey -1 1201 recommend o reduce
2:IURINBHUES, @e BEy771—K, ap: ThA#KZEE, n: TEREEE, Vi %ViEE £:Overhung length, de: Pick feed, ap: Depth of cut, N: Spindle speed, Vi: Feed speed

WEALOEREIR

1) LEEDYIEIGE M RIS ST — JRIMEICIC U TREEC 1280, .

QUUNNRELLSEE THAARS & LRHEL ) HRL TSV HBWVEEERRE £ T THERACE !
BN, 7272 L ATE Y DR BIFEABEWTL S,

DIBENNAREDBE X FTTPAARS ER LK EIVRICNS SO VIETIF TER SN,

4) IT’z? né—a:; DI KT RREMIBEIT > TLIZE WV MARICIIEMCTOF v ET  IT TR <FRIRIC i
ABLEZ L,

5) 7— 7 DREE50—55HRCOEHE I, EEETIHIZMDaEp, n, ViZ30%6 T TEAL 280, (RANININES)

6) EHEEN L EABEIF ENE T TSV,

7) ERIHIE OERIAE 2" 30LITICTIHEAL 1280, (BRESHR)

8) ERHTIHI AL A VI TR R EE & EERIHIRERO70% LT TMIL TS0,

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.

5)In case of 50-55HRC, recommend to reduce 30% above dp, 11, V1. (In the case of hardened die steel)

6) In case of good surface requirement, recommend to reduce the feed-rate.

7)In case of ramping, up to 2° 30" is recommended.

8)In case of ramping and helical interpolation, apply 70% or less feed speed from above table.

2 3017

4 - N
*F v TRHF DTS *Attention to mounting insert T e | R morie
1. RIVE F v TEEDER. 1. Clean the insert seat carefully. ¢ Dc N-m
2. FuIDiER, U5 CEERE. A IFRDBNE=ET &) 2 Clean the insert, especially hole and location face. 12 ;(2)
3. @ﬁ@%@lbUU—?ﬂ'&'}y NMERSHICEEL T RS0, 2 ghangtetj[hﬁtolargahscrﬁw when thetscnralw gets worn out. o o
4. U= RIL NI T TRV K SITFRL T 2L, * 0 N0t HOTiened te clamp screw 100 ar, 20 4.0
ML&3aY rO=LL3 Twﬁﬁi’éiﬁﬁ‘b\rbiﬁ' ° Recommend to use Torque control wrenches. 5 50
,‘ = b P “ ° See the right table for recommended tightening torque. Sg 60
GRS NI FERSR) (See table) 2 80

- J




// DIJET

XERAFYIDI—FROKREEICKD GEXDREVIETOCINAHFREapZZE FF LIRSV (TRIDAHLERSIR),

Recommend to reduce the depth of cut ap and keep Feed speed Vf by corner radius. (see the below table)

MRNLE5-5972 £Y25—Av K BEbLHEIRE
TYPE High feed cutting conditions for MBN/MRN-H and MSN with HRM/HRM-F insert
=5=3IF7AF v ITHRM/HRM-F2 + Y 25—~ FMRNfZ/MRN-Hf + BBE—®&(EJ 15—~y RRF—IVEBEY v+ I7—I\)

TEZ (mm) Tool dia.
T Fv S
it : iz »16xR3 / p17xR3 $20xR3/ p22x%R3
Work materials | o 1oc 2 ae ap n Vi 2 ae ap n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(s’:%c%s%?c) 80 7.0 0.60 3,800 | 3,800 100 9.8 0.60 3,000 | 3,000
BC200HBELT 18015 | 120 7.0 0.40 3,800 | 3,800 150 9.8 0.40 3,000 | 3,000
(€50, C55)
Bl 25018 160 7.0 030 | 3,800 | 3,800 200 9.8 030 | 3,000 | 3,000
TJUIN\—R 80 7.0 0.60 3,500 3,500 100 9.8 0.60 2,800 2,800
(HPM7, PX5, NAKSO, P20)
E%%?&ife':lm JC8015 120 7.0 0.40 3,500 3,500 150 9.8 0.40 2,800 2,800
(1.2311, P20)
30-43HRGC 160 7.0 0.30 3,500 3,500 200 9.8 0.30 2,800 2,800
TE 80 7.0 0.60 3,500 3,500 100 9.8 0.60 2,800 2,800
(SKD61, SKD]1)
BCZSSHBIT | Jc8015 | 120 7.0 0.40 3,500 | 3,500 150 9.8 0.40 2,800 | 2,800
(1.2344, 1.2379)
Holou 255118 160 7.0 030 | 3500 | 3500 | 200 9.8 030 | 2800 | 2800
AT LA 80 7.0 0.60 3,400 3,400 100 9.8 0.60 2,700 2,700
(SUS304)
E&250HBLIT | JC8O15 120 7.0 0.40 3,400 3,400 150 9.8 0.40 2,700 2,700
Stainless steel
Below 250HB 160 7.0 0.30 3,400 3,400 200 9.8 0.30 2,700 2,700
IREANE 80 7.0 0.30 3,000 3,000 100 9.8 0.30 2,400 2,400
(SKD61, DAC, DHA)
IEEE“O'WHRC JC8015 120 7.0 0.25 3,000 3,000 150 9.8 0.25 2,400 2,400
(534, 1 5379)
oebtine 160 7.0 020 | 3,000 | 3,000 200 9.8 020 | 2400 | 2,400
-(% Fc% 80 7.0 0.60 3,200 3,200 100 9.8 0.60 2,500 2,500
G EéwbHBu—F JC8015 120 7.0 0.40 3,200 3,200 150 9.8 0.40 2,500 2,500
rey &(l\é%dué;g G?)ast iron
Below 300HB 160 7.0 0.30 3,200 3,200 200 9.8 0.30 2,500 2,500
J—FREVICBIFD X X
tﬂﬂgajtbﬁ ——+R R1 dap X 0.50 9—4R R1 dap X 0.50
Depth of cut adjustment (F\:éi”er R2 dp X 0.75 Cogner R2 dp X 075
by corner radius s R3 ap X 1.0 (8CLS R3 ap X 1.0
%ﬁ’)éﬁ%ﬂ HGEDBEVET 0T, LRIABHEDED JIAGREapE T TV, jorgiiho 0 e g e ety (201 recommend o educe
2:IVRINVEHURS, ae Ev774—F, ap: thA&FRS, n: TEREEE, Vi %)&EE £:Overhunglength, de: Pick feed, ap: Depth of cut, N: Spindle speed, Vi: Feed speed
WERALOFEEIE

1) _FEEDVIHIZME IS RIS ST — 7RISR U TRREER S, )

)V HRELIGEIE VARSI E FEREEL) HIRLTLEIVH DV IEEERE S T TERE !
VY, 72720 AR DFENBIIEARWTLEZEL,

) BB N TNENS SN . FTTIAAES £33 LIRSV RICNBEOVIE T TR EEL,

4) 35723 Elé—(,:& D) KT REEMIEBEFTT o TLESWVAFRICIAITMCTD X v ET 1 IIZTIEENV) < FAIRIC 1
EELERN,

5) 7 — 7 DIES50—55HRCDIHE I . _EECHIEISE D ap, N, ViE30% T TERL &0, (BEANBIIIOES)

6) EHENDLERIGEIE XN E T TINICEZW,

TERHEIEIREDENBEIL2° 30 TICTIFERAL RV, (BHIER)

8) EFHTIE A AIVINTRF XV R E & FERIEIRERD70%UT TIIL TS,

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.

5; In case of 50-55HRC, recommend to reduce 30% above dp, N, V1. (In the case of hardened die steel)
6

7)

8)

In case of good surface requirement, recommend to reduce the feed-rate.
In case of ramping, up to 2° 30" is recommended.
In case of ramping and helical interpolation, apply 70% or less feed speed from above table.

4 . - N\

*F v TRHIEDEE *Attention to mounting insert T e e
1. IRV F v TEEDERR. 1. Clean the insert seat carefully. ¢ Dc N-m
2. FuIMiEiR. (B CESER. BT DENZE=T L) 2 Clean the insert, especially hole and location face. 12 ;(2)
3. EFEDHLLI—I NIV MERHICIIRULTL L, 3. ghangtetthﬁtclargr;r]scr?w when thetscrf]w gets worn out. 12 20
4. U= IV NI ERVK S ITERLTL I2EL), 0 N0 tightened the camp screw too hard, 20 4.0
ML&3aY rO=LL ?QEFE’E!EEL\T"LEE? ° Recommend to use Torque control wrenches. o5 50
'\ < Uded Pyt “ ° See the right table for recommended tightening torque. 30 60
HEEFEMITNLOIFERSR) (See table) 2 80

- J




MOdUIar Heads FULL LINEUP

S5—-S5YFR EI1S5—AYR EEHEIRE
TYPE

Recommended cutting conditions for MBRN/MRN-H and MSN with HRM-F insert

S5-3I 7AFYIHRM-FfZ + EVa5—Ay FMRN#Z/MRN-Hf? + FBE—#(EJ 15—~y REZT—ILEBEY v I 7—I\)

OfIEEEIFIIA Forside finishing

T EZ (mm) Tool dia.

wus | 727 | mTmae |DHRE

| #EE = V ®10 ?12 ®16 ®20
Work materials Grades Type of machining (m /n?in) - 7 - 7 - Vi - "
(min-) (mm/min) (min-) (mm/min) (min-) (mm/min) (min-") (mm/min)
w%E
§5'§Cﬁ o gec | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 23%0 | 4770 | 1910
fﬁ‘%ﬁﬁ%ﬁ%{* JC8015 ‘%:l ap(mm) 0.25 0.30 0.40 0.50
BeI05w0'25505I-18 ae(mm) 0.10 0.12 0.16 0.20
TE®
(5361 SR ze | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 23%0 | 4770 | 1910
ﬁi:%i?e?f; JC8015 ‘qﬂ ap(mm) 0.25 0.30 0.40 0.50
o iatin ae(mm) 0.10 0.12 0.16 0.20
AL ae | 280 | 8910 | 2670 | 7420 | 2220 | 5570 | 2230 | 4560 | 1,820
B&250HBLLT | JC8015 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
Stainless steel
Below 250HB ae(mm) 0.10 0.12 0.16 0.20
TUIN\—R 8
tanoeel | g | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 2390 | 4770 | 1910
EE(T“’;%'?;SESB | ostoz ‘%ﬂ ap(mm) 0.25 0.30 0.40 050
30-36HRC ae(mm) 0.10 0.12 0.16 0.20

FUN—R 38
AR ol 20 aec | 280 | 8910 | 2670 | 7420 | 2220 | 5570 | 1670 | 4560 | 1370
B 88-43HRC | o102 ap(mm) 0.25 0.30 0.40 0.50
(1.2311, P21)
38-43HRC ae(mm) 0.10 0.12 0.16 0.20
BEATER
(SR s Do g | 250 | 7960 | 800 | 6630 | 800 | 4970 | 750 | 3980 | 600
%@gﬁ%}iﬁg%% JC6102 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
“42-55HRC ae(mm) 0.10 0.12 0.16 0.20
B AT\E8
80 o aee | 200 | 6360 | 640 | 5300 | 640 | 3980 | 600 | 3180 | 40
%@g?‘%;ﬁjg%gl JC6102 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
“55-62HRC as(mm) 0.10 0.12 0.16 0.20
a5 ae., | 350 | 11140 | 3900 | 9280 | 3710 | 6960 | 3480 | 5570 | 3340
1E300HBILT | JC8O15 &
Gre@éduéaécéiﬂmn T ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
Below 300HB ae(mm) 0.15 0.20 0.20 0.25
0 IVRINEHLES, ap: THAAKRE, Qe: Ev774—FK, Vo: YIHIEE, n: TEQEEE, Vi: R)EE
2 : Overhung length, ap : Depth of cut, &e : Pick feed, Vc: Cutting speed, N : Spindle speed, Vf: Feed speed
WEREOEEEE —
1) ESROMISEE . BB £ 07— JBIC IS L TR A, RELE I L
2) b5, BHLESIDCEOYMIEMETT, BHUESICISL THHIEREVC (m/min) &35 EE Vf 8/De
(mm/min) ZFEEE 280, ~3Dc 100% | 100%
VU HRELLEER . ThARRE E LEBEL HELTCER, BV ESEERE T CTER AL, Or under 30 ° °
4) I7—TA-CEN P CTRELIBET TSV, HHIC, SIHMCTOXF v+ E7 1 T TIEEN) SRS | 3Dc#E~5Dc | 700, | 70
PEN =Nk AW Over 3Dc, up to 50¢ ° °
NOTE 5Dci#~10Dc 50% | 50%
1) The figure to be adjusted according to the machine rigidity or work rigidity. Over 50c, up to 100c

2) In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed.
4) Use air blow.




M orET
MRNIE5-5972 £v25—~v K EiiRe

TYPE Recommended cutting conditions for MRN/MRN-H and MSN with HRM-F insert
=5=3YTPAFYTHRM-FF; + EYVa5—AY FMRN/MRN-H#? + BE—#(EY 15—y RBEF—ILBEY v+ 7—I\)
OEE{L _EIFITA For bottom face finishing

B2 (mm) Tool dia.
il ﬁg MIRfE |TEPEE 10 ;;I( )miw ¢20
i e Ve
Work materials Grades Type of machining (m/min) 5 3 ; v 5 v 5 v
(min-) (mm/min) (min-) (mm/min) (min-) (mm/min) (min-) (mm/min)
P
(o ) | _ag | 260 | 8280 [ 2480 | 6900 | 2070 | 5170 | 2070 | 4140 | 1660
Eé%%%ﬁ?* Jogots | T ap(mm) 0.15 0.20 0.20 0.20
Bolow 25018 ae(mm) 1.2 15 2.0 2.5
TEm
(05T 011 e | 20 | 8280 | 2480 | 6900 | 2070 | 5170 | 2070 | 4140 | 1,660
ﬁi:ﬁf%?e?ﬁ: Jcgots | —X ap(mm) 0.15 0.20 0.20 0.20
Below 265118 ac(mm) 12 15 2.0 25
AT asg | 240 | 7640 | 2290 | 6360 | 1900 | 4770 | 1910 | 3810 | 1520
Be250 HBILT | JC801s | — ap(mm) 0.15 0.20 0.20 0.20
Stainless steel
Below 250HB ae(mm) 1.2 15 2.0 2.5
TUN—RVE
ke | | s 260 | 8280 | 2480 | 6900 | 2060 | 5170 | 2070 | 4140 | 1660
@tMgﬂsﬁgb oeto2 | ap(mm) 0.15 0.20 0.20 0.20
30-36HRC ae(mm) 1.2 1.5 2.0 2.5
TUN\—=R 8
BT o) e | 20 | 7840 | 2200 | 6360 | 1900 | 4770 | 1430 | 3810 | 1,140
Emﬁ%%ch%W2 S ap(mm) 0.15 0.20 0.20 0.20
38-43HRC ae(mm) 1.2 15 2.0 25
B
(R by e | 190 | 6050 | 610 | 5040 | 600 | 3780 | 570 | 3020 | 450
%%%@g%lmmw — ap(mm) 0.10 0.15 0.15 0.15
"42-52HRC ae(mm) 0.90 1.1 1.4 1.8
TN
s oy e | 10| 410 | 410 | 3450 | 410 | 2590 | 390 | 2070 | 310
%ﬁ%ﬁ%&lmmw — ap(mm) 0.10 0.15 0.15 0.15
'55-62HRC ae(mm) 0.90 1.2 12 15
RS ceg | 900 | 9450 | 3310 | 7960 | 3180 | 5970 | 2390 | 4770 | 1910
B300HBLLT | JC8015 | ——
Below 300HB ae(mm) 15 1.8 2.4 3.0

R IVRINEHULESR, ap: ThAARE, Qe: Ev774—FK, Vo: YIHIEE, n: TEQEEE, Vi: E)EE
2 : Overhung length, ap : Depth of cut, &e : Pick feed, Vc: Cutting speed, N : Spindle speed, Vf: Feed speed

WER LD EEE

1) L EROYGIEEE . MRS £ OT— ZRIEIC IS L TR 280, ZHUE Ve Vi

2) LERIS. T U EIDCE MBS TT . ML E (I L THEEEVC (m/min) &%V ERE Vi 8/De | (m/min) {mm/min)
(mm/min) ZFRE 1280, ~3Dc¢

3 VU HRELLBEIE. TPABRE % LEMIELN < LTCEEN, 55 EREEE T A&y, | Orunderane | 100% | 100%

4) I7—TA—ICEN PN KT RRERIBEToTLAEIV, $IZ. IPUMCTOF vET M T FMEBIZ | 3Dc#EB~5Dc

70% | 70%

ABELEIN, Over 3Dc, up to 50c
NOTE 5Dci#8~10Dc 50% | 50%
1) The figure to be adjusted according to the machine rigidity or work rigidity. Over 50c, up to 100c

2) In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed.
4) Use air blow.



MOdUIar Heads FULL LINEUP

TYPE

NYIRSTh €

Recommended cutting conditions for MDB and MSN

-t

9a15—"\Y

& Eiﬁmﬁu%ﬁ JESENNIF For bottom face finishing

EY215=A\YFMDB# + BBE—#(EJa15—~\v REF—ILEBEY v+ I 7—I\)
QI1—F+1V T =Xy bFwT Forcoated or cermet insert

TEZ (mm) Tool dia.
S e 20 25/ 26 32/33 20
5 Ml 44 K#L No.ofteeth TN [ X#L No.ofteeth 2N | FE No.ofteeth 2N | X#L No. of teeth 3N
Work materials —i% | EHEE
MIA(BER| 2 (ap| n | Vi| 2 |a | n | Vi| 2 |a | n| Vi| & |la| n| Vi
For better | (mm) | (mm) {(min-) {(mm/min)| (mm) | (mm) | (min-) |(mm/min)] (mm) | (mm) |(min-) |(mm/min)| (mm) | (mm) | (min-) |(mm/min)
Standard| surface
roughness
(85%3:%5@50) 70| 0.3 3,780,940 70| 0.3 3,030/1,510[ 70| 0.3 2,360/1,180] 90 | 0.3 |1,890/1,410
BE250HBLIT | CX90 | CX75
C(arbon ste;el (JC8015)|(JC8003) 120 | 0.3 (3,780 940 | 120 | 0.3 |3,030/1,510{ 120 | 0.3 2,360/1,180( 140 | 0.3 |1,890(1,410
(50, C55
Below 250HB 160 | 0.2 3,020, 750 | 160 | 0.2 [2,420/1,200{ 190 | 0.2 {1,890, 940( 210 | 0.2 {1,510/1,130
TJUN—RE 70 | 0.3 |2,700 670 | 70| 0.3 |2,160(1,080{ 70 | 0.3 |1,690 840[ 90 | 0.3 {1,350(1,000
(HPM7, PX5, NAK80, P20) |JC8015|JG8003
B 30-43HRC (40HRCIL £)|(40HRCLLE)
Wold steel ( c80te [, ce008 9 120 | 0.3 |2,700| 670 | 120 | 0.3 |2,160/1,080( 120 | 0.3 1,690 840[ 140 | 0.3 |1,350/1,000
1.2311, P20
e (CX90) 1 (CX79) | 160 | 0.2 |2,160| 540 | 160 | 0.2 1,730 860| 190 | 0.2 1,350 670| 210 | 0.2 1,080 800
TEH 70| 0.3 {2,700, 670 | 70| 0.3 |2,160(1,080{ 70| 0.3 |1,690 840[ 90 | 0.3 {1,350(1,000
SO JC8015[JC8003
EX255HBIT
Die steol (CX90) | (CX75) 120 | 0.3 2,700/ 670 | 120 | 0.3 |2,160(1,080] 120 | 0.3 1,690/ 840| 140 | 0.3 |1,350(1,000
(1.2344, 1.2379)
Below 255HB 160 | 0.2 |2,160| 540 | 160 | 0.2 |1,730 860 190 | 0.2 {1,350| 670| 210 | 0.2 (1,080 800
2F LR 70| 0.3 |2,700 670 | 70| 0.3 [2,160(1,080[ 70 | 0.3 (1,690 840 90 | 0.3 |1,350/1,000
(SUS304)
EE250HBLLTT JC8015]JC8003| 120 | 0.3 2,700 670 | 120 | 0.3 |2,160/1,080| 120 | 0.3 |1,690| 840| 140 | 0.3 |1,350(1,000
Stainless steel
Below 250HB 160 | 0.2 |2,160| 540 | 160 | 0.2 |1,730, 860| 190 | 0.2 1,350, 670|210 | 0.2 1,080 800
('% F(‘:ﬁ§) 70| 1.0 2,860 710 | 70| 1.0 [2,290(1,140{ 70| 1.0 |1,790 890[ 90 | 1.0 {1,430(1,070
o FSB0HBBLE ) 168015(4c8003| 120 | 0.8 2,860 710 | 120 0.8 2,2901,140| 120 | 0.8 |1.790 890| 140 | 0.8 [1,430/1,070
rey & Nodular cast iron
(GG, GGG)
Below 300HB 160 | 0.6 2,280/ 570 | 160 | 0.6 {1,830, 910| 190 | 0.6 |1,430] 710| 210 | 0.6 |1,140| 860
R IDRINBHLRY, ap: YHAKRE, n: TEQENRE, Vi &E)RE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed
WERLDFREIE
1) EEEDOUEIZAE IS MRS L7 — 7RIS U THREE 230,
)V PRELEEIF ThAAHFREE LEHEL) HRLTLAEIV . HDVIEERES S V%) REE T TERL
7280,
) B AREDNIH AL ETTRAARIE X LTLAEIV RICNB LU VIE T TERCEI W,
4) T7—7O—(C L) K TRREMEBE T T IV AFIC AIMCTOF v ET A IIT TGN K FTRIBISTEEL 2E 0,
NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity. W) s
2)In case of chatter occurring, recommend to reduce the depth of cut dp or Spindle speed and Feed speed. mg\ 3
3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed. | g
4) Use air blow. KB
BERIE




TYPE

INYORSTH E
H.S.C. recommended cutting conditions for MDB and MSN

-y

9a15—"\Y

// DIJET

[ %ﬁmﬁ“%ﬁ JEREBNIF For bottom face finishing

EJa15—~"\vy FMDBR; + BE—#(EY 15—~y RAF—IVEBEY +>I7—I\)
@I1—F VT H=Xy;FwT Forcoated or cermet insert

TEZ (mm) Tool dia.

S 20 25/26 32/33 20
I A4 F#L No.ofteeth TN | K%L No.ofteeth 2N | FE No. of teeth 2N | X% No. of teeth 3N
Work materials —i% | EHEE
MIBR|MEA| 2 |ap| n | vi| 2 |a| n|Vi| 2 |a | n| Vi| 2 |ap| n | vi
For better | (mm) [ (mm) [(mint) (mm/min) (mm) | (mm) | (min-) {mm/min)f (mm) | (mm) |(min)|(mm/min)] (mm) | (mm) |(min-") (mm/min)
Standard| surface
roughness
(s%éiéﬁgc) 70 0.2L1F|4,770{1,190] 70 10.2L073,820(1,910( 70 (0.2k172,980/1,490] 90 |0.21F|2,390/1,790
B&250HBLIT | CX90 | CX75 \ \ \ :
C(arbon ste«)el (JC8015)|JC8003) 120 (0.224F|4,770/1,190| 120 (0.2k/7|3,820/1,910( 120 [0.22F|2,980(1,490| 140 (0.25F2,390/1,790
€50, C55
Below 250HB 160 |0.1417|3,810 950| 160 |0.121F|3,060/1,530( 190 |0.1L(7(2,380| 1,190| 210 (0.11F|1,910(1,430
TUI\—R8 70 0.214F/3,980, 990 70 0.25(F3,180/1,590| 70 (0.2LF|2,490(1,250[ 90 [0.221F1,990/1,490
(HPM7, PX5, NAK80, P20) [JC8015]JC8003
®a30-43HRC (RSN o0 0 0uwi3.080) 990| 120 026713.180|1,590] 120 025F(2,490/1,250] 140 0.25F1.990/1.490
Mold steel (above40HRC (above40HR : ? : ? ’ : ’ ’ : ? ’
1.2311, P20
bl (CX90) 1 (CX79) | 160 |01517| 3,180 790| 160 [0150F12,550|1,280] 190 [0.10F|1,990/1,000| 210 (045 /1,590 /1,190
( TEH ) 70 0.257(3,980, 990 70 (0.211F3,180|1,590| 70 [0.2kF|2,490/1,250| 90 0.22/F|1,990|1,490
SKD61, SKD11
B255HBIT  |JC80151JGB003) 4o 1y oyi3 980 990| 120 0.25F13,180 1,590| 120 [0261F(2,490/1,250] 140 0.24F1,990/1,490
Die steel (CX90) | (CX75)
(1528?33'2152%9) 160 (0.151F| 3,180 790| 160 [0.15(F|2,550|1,280| 190 |0.15(F|1,990/1,000| 210 |0.110F|1,590/1,190
27V URSA 70 0.2L17(3,980, 990 70 (0.211F 3,180(1,590| 70 [0.25F|2,490/1,250| 90 0.22/F|1,990|1,490
(SUS304)
B 250HBLTF JC8015(JC8003| 120 (0.21F(3,980 990| 120 |0.24/7|3,180(1,590( 120 0.214TF|2,490|1,250| 140 0.2k/F|1,990(1,490
Stainless steel
Below 250HB 160 (0151|3180 790| 160 |0.151F|2,550/1,280| 190 [0.154F|1,990 1,000 210 0.15(F|1,590|1,190
(% F(‘%) 70 (0.2L1F|4,450{1,100] 70 0.2L173,560(1,780( 70 (0.2k1F2,790]1,100] 90 |0.21F|2,230/1,670
o PES00HBILE 18015 |JC8003| 120 1254|4450 1,100| 120 0247(3,560/1,780| 120 02T 2,790 1100| 140 (0251 2,280/ 1,670
rey & Nodular cast iron
(GG, GGG)
Below 300HB 160 |0.221F|3,560| 890| 160 0.24T(2,850/1,430( 190 |0.224F(2,230| 880| 210 (0.2L1F|1,780(1,340
R IVRINEHUESR, ap: HAAES, n: TEREEE, Vi: k)ERE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed
WERLDEEREIE
1) LERDOHEIS M RS L 07— JEIMICISC TR LS,
UV RELEIBEIE VARSI E LEHEL) HERLTLEIV HDWVIEEERES LU ) REZ T TERL
k-1
M ARENISG A FTYAARIEER LWL EIVCRICNE LT VIE T TEAL &L,
4) T7—TA—-CENEI KT REMIBETSTLEIV SIS IMCTOF v ET A T TRYN) S FRIBISEEL LS,
NOTE w| =
1) The figure to be adjusted according to the machine rigidity or work rigidity. ™ =4
2) In case of chatter occurring, recommend to reduce the depth of cut dp or Spindle speed and Feed speed. Sl =
3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed. | S
4) Use air blow. & g
f_ﬁ N




Modular Heads s umes

Ky I RST b EVaS5—Av R EEYEIRN BN For bottom face fnshing
TYPE H.S.C. recommended cutting conditions for MDB and MSN

EIJaS5—AvyRFMDB# + BE—# (EVa5—~\yREF—IVBEY +>I7—I\)

@CBNZFwJ ForCBN insert

TEZ (mm) Tool dia.

5 B At e 20 25/26 32/33 40
&
Work materials Grades HEL No. of teeth TN HEL No. of teeth 2N HEL No. of teeth 2N HEL No. of teeth 3N
2 lap | n | Vi| & |a | n | Vi| & |a | n | Vi| & | a| n | W
(mm) | (mm) | (min) |(mm/min) (mm) | (mm) | (min7) (mm/minf (mm) | (mm) | (min7) (mm/min)] (mm) | (mm) | (min-) (mm/min)
(% F(‘:ﬁ?)e) 70 |0.2L1F[15,000({1,800( 70 |0.2k4T(12,00012,880{ 70 |0.2k17|9,900/2,370( 90 |0.2k4TF|7,9502,850
e 300 HBLITF \ \ \ \
Grey & Nodular cast iron JBN500| 120 |0.2k4T(15,000/1,800( 120 |0.2k4F12,000(2,880( 120 |0.21(7|9,900/2,370( 140 |0.2l4TF|7,950/2,850
(GG, GGG)
Below 300HB 160 {0.2L1712,000/1,440( 160 |0.21F| 9,600/2,300| 190 (0.247F|7,920(1,900| 210 |0.2(F|6,360|2,280

0 IDRINEHELER, ap: YHAARE, n: TEEERE, Vi: F)ERE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

WERLOFEEIE
1) DY EARRIMES S UT— VRIS U THREEC &,

2) VO HRELEGEIG VIAARS & FEREEL ) HRLTLAEIV HIVEAEREZ T TERAL &L,

3) EMEBNARDBE . ETTPAARIERLTULEIV RICNB L OVIET T TEAL LY,

4) T7—7A—ICEWEI K FRREMIBE T TSNV, BT ITEMCTDF v E T IIT TRV K FMIBISEBL LS,

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.

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.

‘ £: Overhung length

[,E: ZHLES



// DIJET

INYIRSTBR a5—AYEF EEUHISREE Wy s B
TYPE Recommended cutting conditions for MDB, MSN and DBD170408-F insert

HEAFGEFYIDBD170408-F + €Ya15=—A\y FMDBF; + BBE—# (EY 15—~y RBAF—IVIBEY v+ 7—I\)
@1—F 1T Y—XyMFwT Forcoated or cermet insert

TER (mm) Tool dia.

maa 227 20 25 /26 32/33 40
Work materials Gta;z%s HEL No.ofteeth TN HEL No. of teeth 2N HEL No. of teeth 2N HEL No. of teeth 3N
£ laplae| n | Vil L2 |ap|ae | n | Vil |ap|a| n | Vil & |ap|a| n |Vt
(mm) | (mm) | (mm) | (min-)|(mm/min)| (mm) | (mm) | (mm) | (min-) |(mm/min)| (mm) | (mm) | (mm) {(min) |mm/min)] (mm) | (mm) | (mm) |(min-) |(mm/min)

(Sgiﬁgc) 70| 0.5 [02F|6,370/1,600( 70| 0.8 0.2l4T|5,100/2550( 70| 1.0 [0.220T/3,990|2,000| 90| 1.5 0.25(F]|3,190|2,400

fEc250HBLLT | CX75
Carbon steel (JC8003)

120 | 0.5 0.251F6,370|1,410{ 120 | 0.8 [0.2kIF5,100(2,250{ 120 | 1.0 {0.24F(3,990 1,760 | 140 | 1.5 0.2 3,190| 2,110

(C50, C55)
Below 250HB 160 | 0.5 0.25(F/6,370(1,280| 160 | 0.8 0.25/F|5,100(2,040| 190 | 1.0 [0.24F/3,990 |1,600| 210 | 1.5 0.25/F| 3,901,920
TJUIN\—RiR 70 [ 0.5 0.2b1F|5,580 11,4001 70| 0.8 [0.21T|4,460(2,230( 70| 1.0 [0.2k(F|3,490|1,750| 90 | 1.5 0.2L1F2,790 | 2,100

(HPM7, PX5, NAK80, P20) |JG8003

(40HRCLLE)
RSS0A3HRC | e 11 120 0.5 D2:1F|5580/1230| 120 | 0.8 (1251|4460 1970|120 | 1.0 024F/3490|1540| 140 | 1.5 |0251F|2790) 1,850
(1.2311, P20) (CX75)
30-43HRC 160 | 0.5 1264F(5,580| 1120 160 | 0.8 026(T|4460{ 1790|190 | 1.0 [026(F|3490|1.400| 210 | 1.5 0261|2790 1,680
IS8 70| 0.5 D24IT6:370|1600| 70| 0.8 24T 5100(2550| 70| 1.0 025 3990(2000| 90| 1.5 D24/ 3190|2400

(SKD61, SKD11)
EE255HBLIT  |JC8003| 155 | 5 lnori6370( 1410|120 | 0.8 020 5100(2.250| 120 | 1.0 0.20F(3.990 1760|140 | 1.5 0283190 | 2110

Die steel (CX75)
(1.2344,1.2379)
Below 255HB 160 | 0.5 0.2L17/6,370(1,280| 160 | 0.8 [0.21F|5,100(2,040| 190 | 1.0 0.25(F|3,990(1,600| 210 | 1.5 0.2247F| 3,190|1,920
2TV 70| 0.5 0.26073,980(1,000f 70| 0.8 [0.24F|3,180(1,590| 70| 1.0 0.25F|2,490(1,250| 90| 1.5 [0.2k1F|2,000 1,500
(SUS304)

fEE250HBELTS  |JC8003( 120 | 0.5 [0.24F(3,980| 880/ 120 | 0.8 [0.254F3,180(1,400] 120 | 1.0 |0.251F2,490 | 1,100| 140 | 1.5 [0.224F|2,000 1,320
Stainless steel

Below 250HB 160 | 0.5 0.210F/3,980| 800|160 | 0.8 [0.25/F|3,180(1,280| 190 | 1.0 0.251T|2,490 1,000{ 210 | 1.5 0.2(T(2,000|1,200
(ﬁ ngk) 70| 0.5 02476370 /1600] 70| 0.8 0.2F|5100(2,550| 70| 1.0 0.25(3,990(2,000] 90| 1.5 0.25T| 3,190 2,400

o BE300HBLLT 1 508003| 120 | 0.5 [025F 6,370| 1.410] 120 | 0.8 0257 510012,250| 120 | 1.0 0250F/3,990 1760|140 | 1.5 026F|3190 | 2110
rey & Nodular cast iron
(GG, GGG)

Below 300HB 160 | 0.5 025/6,370|1280| 160 | 0.8 0257|500 2,040{ 190 | 1.0 025F/3.990|1,600| 210 | 1.5 025F| 3190|1920

R ILRINVEHELRE, ap: hAHRE, Qe: EvU74—K, n: TELERE, Vi:X)RE
2 : Overhung length, ap : Depth of cut, &e: Pick feed, N : Spindle speed, Vf: Feed speed

BERLOFESEIE

1) EREDUEISE A RIS SO — VRIMEICIC U THREEC 2S00,

VNP RELHE I ThAHFRS & LEBEL) HRLTLAEIV HIVIEERES SO REE T TERL
7230,

) HMBARENIH AL ETTAARIE X LTLAEIV RICNB LU VIE T TERCES L,

4) T7—7O—ICEWEIN K FTREERIBEFTH>TLEI W HIC AIFEMCTOX v ET 4 IITTIEYI) S FRIBIEEL LS,

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 Feed speed.

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.

RELEL

‘ £: Overhung length

7
ﬁ
K




M Od U I arl Heads FULL LINEUP
s e s s T b e
Attention for profile milling

YEVJ I Ramping

05 EY T AUAVINTEFEDREZZEHISRERD70%UT

THITUTLEE LY

O RUY VTN TH & #EERD ERE ZREVHIRARD50% U T T

MITULTLEE L

O UV IMTIEICIF SERURIWID K FHRTHDESHHDH

FTOT.ZLEICFTFELTLEEL,

AUAIVINI Helical interpolation

@ Dn

I8 ¢Dc

R
\.

|
¢dc

@V —|UINZADEEE

Calculation of tool pass dia.

@dc = @Dn — @Dc

W—)UINR R
Tool pass dia.

VASES
Bore dia.

TER
Tool dia.

@ —FAZD DYAHRE HERAYAH
EEQpZEMZTFVRICUTLEE L,
Depth of cut per one circuit should not exceed max.

depth of cut ap.

@)L\ ADEELFAEFST IV v~
LB R ORBFEHEIDICLTL EELY,
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.

standard cutting condition table.

firm the safe condition sufficiently.

®In case of drilling, apply 50% or less Z axis feed speed from

®Long consecutive chips may come out in case of drilling, con-

SVEVIIT AUA)LIG I3 T
- EEINT |[®mAVLAHS Ramping Helical interpolation BEARYYDS
~ BE| ogeR F&ap | = N = N o Bt -
B & ) A RAMER RAVIAGFRE (@p) =1\ =y rE L
oat No. | To0!dia.| Eff. Cutting | Max. depth = AT EOTEIS L (mm) BAUE | \RATNE | drilling depth
(mm) dia. of cut Max, ramping : Min. t_)ore dia.|Max. bore dia. (mm)
(mm) (mm) anglé 8 (%) Total cutting length at Max. @p [ Dh min (mm) | Dh max (mm)
MDB-1020 20 18 0.4 2° 11.5 25 37 0.3
MDB-2025 25 23 0.4 1°30' 15.3 34 47 0.3
MDB-2026 26 24 0.4 1°30' 15.3 36 49 0.3
MDB-2032 32 30 0.4 1° 22.9 48 61 0.3
MDB-2033 33 31 0.4 1 22.9 50 63 0.3
MDB-3040 40 38 0.4 0°45' 30.5 64 77 0.3




// DIJET

ARRZBR T 1=y 29V EIa5—AY D EEHISRMG
TYPE Recommended cutting conditions for MFO and MSN

EJ25—"\YFMFOR + BEE—#(EYV 15—y RRA—IVEBEY v+ I 7—I\)

TE# (mm) Tool dia.

MEO

w Fv7
W miis | P8 011 021
Grades Ve f ap ae Ve f ap ae
(m/min) (mm/rev) (mm) (mm) (m/min) (mm/rev) (mm) (mm)

(S50C, $55C)

FEx250HBIT CX75 - - - - - - - -
Carbon steel (JC8003) 200~300 | 0.3~0.6 | 0.05~0.1 8~11 200~300 | 0.3~0.6 | 0.05~0.1 | 10~14
(€50, C55)

Below 250HB

TUN—R8H

(HPM?, PX5, NAK80, P20) | oo

B 30-43HRC 1 Cx75) | 100~250 | 02~06 | 005~01 | 8~11 |100~250 | 0.2~06 | 005~0.1 | 10~14

(1.2311, P20)
30-43HRC

(FC, FCD)
BE300HBLLT | 08003 | 300~400 | 03~0.6 | 01~0.2 | 8~11 | 300~400 | 03~06 | 01~02 | 10~14
Grey & Nodular cast iron

(GG, GGG)

Below 300HB

Ve PIBIEE, f:3EWE, ap:VDAHFEE, Qe:Ev774—K Ve : Cutting speed, f:feed, ap : Depth of cut, e : Pick feed

WERLEDFEEE

DIIEAEAIEL S TESGRLEDASD MQLII XN T E#HEWNELET,

) MNTEGEADANE S LRI IAFCIRE ZF RELRIBTAIRNAD H D720  —FEEMIAHRVAEZLET,

3) N THARFERE R Y — ) THEE. T— 0Dty 71> TOREERIED +DERIETERBEVET,

4) VP OFREICE) MNIEEIHEL  ELMIEESEL S I EEFES Y BYEIRE AT TERL LSV,
722U RN EBIREZBRWTLEEL,

NOTE
1)MQL is recommended to improve the surface roughness and tool life.
2) Continuous stroke processing is recommended to avoid the vibration when tool is engaging or exiting to work material.
3) The figure to be adjusted according to the machine rigidity and accuracy, tooling accuracy and work rigidity.
4)In case of chattering and coarse surface roughness and steps, recommended to reduce the cutting speed and
keep feed rate per revolution.



Modular Heads s umes

Za—=I\YvIF I RITF=RAHAvH EIa5— v YIS
TYPE

Recommended cutting conditions for MPF and MSN

EJa15—"\y FMPF + BEE—& (EJa15— v REBEY v+ I7—I\)

w HI®E 1HHDbDEDE YHAIRE
# B 41 F v T8 UIHIRE
; Cutting speed feed Depth of cut
Work materials Grades Ve{m/min) f(mmit) ap(mm)
P JBN500 1,200 (800~2,000) 0.1 (0.05~0.15) 0.05~0.1
(FC250%)
fiEx160-260HB
Cast iron
JC8003 400 (300~500) 0.1 (0.05~0.15) 0.05~0.5
. JBN500 1,000 (600~1,500) 0.1 (0.05~0.15) 0.05~0.1
U5 A )ViEEk
(FCD600%)
f#X170-200HB
Nodular cast iron
JC8003 300 (200~400) 0.1 (0.05~0.15) 0.05~0.5
(S50C, SCM440) JC8003 200 (100~300) 0.1 (0.05~0.15) 0.05~0.2

Carbon & Alloy steel

BERALOEREIR

1) #ER. 7— 7 ORIEORMFRICEY) . BHESFHEVGEXVUY A HZHEIR. @i, X ET 25 ENREE LTSN,

2) YIHlE & B IR DIZE . 1LY OZENEZ0.05mm/ALTICT TS,

NOTE

1) In case of chatter is occurring and surface quality is not satisfied due to machine and work rigidity,

recommend to reduce the spindle speed or feed rate.
2) In case of using as face mill, recommend to reduce feed per tooth up to 0.05mm.
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EIRDAYY EVaA5—AYF FEPHIRGEG

Recommended cutting conditions for MCM and MSN

// DIJET

TIa5—AYy FMCMF + BEE—# (EVa15—~\y RRAZ—IVEBEY v+ 77 —I\)

e e & catno.
5 Wl +4 FuT| powe MCM-0919-M10 MCM-1929-M10
Work materials (??;ES Type of AEL No. of teeth TN AL No. of teeth TN
machining [/ A Vi Ve A Vi
(m/min) (min-) (mm/t) (mm/min) (m/min) (min) (mm/t) (mm/min)
R, S5 AEMD | 400 | 1680 | 03 500 100 | 1100 | 03 330
(S-C, SCM) LA
BE250HBIT  |JC5040| 7NERY | qg0 1,680 0.3 500 100 1,100 0.3 330
Carbon & Alloy steel EHI)
Below 250HB Slotting - - — — — — _ _
FEEY)
I(S%Dﬁ)lﬁ g 80 1,340 0.3 400 80 880 0.3 270
-
Ba255HBILT  |JC5040| WEIR) | gy | 4340 | 03 400 80 880 | 03 270
Die steel )
Below 255HB Slotting - - - - - — - —
FEEY)
%Fciﬁﬁ g 90 1,510 0.3 460 90 990 0.3 300
o
B 150HB Jes015| NEEY | g9g | 4510 | 03 460 90 990 | 03 300
Castiron )
150HB Isgfoétijng — — — — _ — — —
Y541k RER |75 | 1260 | 03 380 75 820 | 03 250
(FCD) O]
Ba220HBIT  |JC5015| TSEIR 75 1,260 0.3 380 75 820 0.3 250
Nodular cast iron &N
Below 220HB Siotting - s — — = — _ _
. fz & cat No.
a5 ) 44 FuT| R MCM-2535-M12 MCM-3343-M16
Work materials J?;ES Type of H% No. of teeth 2N H% No. of teeth 3N
machining [/ A Vi Ve n A Vi
(m/min) (min-) (mm/t) (mm/min) (m/min) (min-) (mm/t) (mm/min)
RS, A HERY | g0 910 | 03 550 100 | 760 03 680
(S-C, SCM) Lk
B 250HBLIT  |JC5040| 7N | qo5 1,130 03 680 125 950 0.3 850
Carbon & Alloy steel =]
Below 250HB Biting 100 910 0.1 180 100 760 0.1 230
EIEN)
I(S%Dﬁ)lﬂ ﬁamfermg 80 730 0.3 440 80 610 0.3 550
Ba2B5HBILT  |JC5040| ZSEAY | 400 910 0.3 550 100 760 0.3 680
Die steel EH)
Below 255HB Boing 80 730 0.1 150 80 610 0.1 180
FrEEL)
%Fciﬁ Chamiaing 90 820 0.3 500 90 680 0.3 610
Ll
e 150HB Jes015| 7SEEY | 400 | 4000 | 03 600 100 760 03 680
Castiron EH)
150HB Slotting 90 820 0.1 170 90 680 0.1 200
Y51k RERY) | 7 680 | 0.3 410 75 570 03 510
(FCD) T
Bx220HBINF  |JC5015( 7XER 90 820 0.3 490 90 680 0.3 610
Nodular cast iron SEHI)
Below 220HB i 75 680 0.1 140 75 570 0.1 170

Vo : fIBIERE, n: TEEEERE,

fz ARNHYDZERVE, Vi XK)RE

Ve : Cutting speed, N : Spindle speed, fz :feed, Vi: Feed speed

BERLOEREIR

1) YIHIRE FRAMITRICTRELTVET,
2) HAHECILI LTI BHE XN ETIF TS,

NOTE

1) Cutting speed is relevant to maximum chamfering diameter.

2) In case of 3mm or more chamfering, reduce feed rate.



MOdUIar Heads FULL LINEUP

SMSAL SAY B(YUYEEI 25—y RIEEVHIRSE
TYPE Recommended cutting conditions for SMSA
OEIE A Shoulder cutting

TE&Z (mm) Tool dia.
» hAHE
1% Hll %4 HAE 16 20 25 30/32
Work materials Type of
machining 2 n Vi 2 n Vi 2 n Vi 2 n Vit
(mm) (min”) |(mm/min)| (mm) (minT) |(mm/min)| (mm) (min”) |(mm/min)| (mm) (min7) |(mm/min)
R AR ae 70 | 2,000 | 500 | 75 | 1,600 400 | 100 | 1,300 | 300 | 110 | 1,000 | 240
(S50C, SCM440) a
B 250HBLIT P 1 110 | 1,800 | 400 | 125 | 1,400 @ 300 | 150 | 1,50 | 250 | 160 | 900 & 200
Carbon steel, Alloy steel
(C50, 1.7223) ap=Dc
Below 250HB ae=0.03Dc 150 1,600 300 175 1,200 250 200 1,000 200 210 800 160
70 | 2,000 500 75 1,600 400 100 1,300 300 110 1,000 240
25U LRE ge
(SUS304) ap
B 250HBIUT 110 | 1,800 400 125 | 1,400 300 150 | 1,150 250 160 900 | 200
Stainless steel
Below 250HB ap=Dc
ae=0.030c [ 150 | 1,600 300 175 | 1,200 250 | 200 | 1,000 200 | 210 800 | 160
TYUN—REH ae 70 | 1,400 300 75 | 1,100 280 100 900 240 110 700 | 180
(HPM7, PX5, NAKS0, P20)
@ﬁ%‘;fe':lm #® | 410 | 1200 | 240 | 125 | 950 | 200 | 150 | 00| 180 | 160 | 600 | 130
(1.2311, P20) ap=Dc
30-43HRC ae=0.030c [ 150 | 1,000 180 175 800 150 | 200 600 120 | 210 500 | 100
MASE ae 70 800 200 75 600 150 100 500 120 110 400 | 100
(Inco718)
fE35-43HRC ap
. e o 110 700 150 125 550 120 150 450 100 160 380 90
(Inco718) ap=Dc
35-43HRC ae=0.03Dc | 150 600 120 175 500 100 | 200 400 80 | 210 350 80
FHIESE ae 70 | 1,400 300 75 | 1,100 280 100 900 240 110 700 | 180
((BAL-4V Ti)
fEe35-43HRC ap
Titanium alloy 110 1,200 240 125 950 200 150 800 180 160 600 130
(Ti-6AL-4V) ap=Dc
35-43HRC ae=0.03Dc 150 1,000 180 175 800 150 200 600 120 210 500 100
ZIL=E% ae 70 | 4,000 900 75 | 3,200 800 100 | 2,600 650 110 | 2,000 | 500
(A5052)
e U # | 410 | 3600 | 800 | 125 | 2,800 | 600 | 150 | 2,300 | 500 | 160 | 1,800 | 400
Aluminum alloy
(A5052, A7075) ap=Dc
50-110HB ae=0.030c [ 150 | 3,200 700 175 | 2,500 500 | 200 | 2,000 400 | 210 | 1,600 | 300

R IVRINEHLRS, n: TEMERE, Vi:X)ERE, ap: hAHRSE, ge: EvIT71—R
2 : Overhung length, N : Spindle speed, Vt: Feed speed, &p : Depth of cut, &e : Pick feed

BERLOEREIR

1) AEELFINTICEWT HIEE R E<E T IS T OEMIEE £ B UTRAZBDEMEHE MAMTIAAEEZAZLTNIMEE LTS
MIHEEHRENELET,

2) EEALEFMIICSWT S ARYTIAAZE/NE L BN T V7 AR ESMASIEHIC LWV TEA EB LT EEVIIIC LS
INI3hEE EFBINTHEEHENEZLET,

3) WFREOIH] A0 < TRIBETEDBBHLEDWEN /-0 KB EFMIRHE . T7 70— 6 U BABBIEMEHEN-LET,

NOTE

1)In case of finishing side face, improve the productivity by increasing ap and reducing ae to reduce heat generation.

2) In case of finishing bottom surface, improve the efficiency by cutting radius edge at shallow ap to increase feed speed.
3)Recommend to use internal coolant supply to reduce cutting heat and built up edge problem.



SMSAL S~ R(VUyRE
TYPE

-y

9a15—"\vy

R)IREECIRISRG

Recommended cutting conditions for SMSA
OEmYIEI Bottom cutting

TERZR (mm) Tool dia.

y thiAHE
# Hl ¥4 HAE 16 20 25 30/32
Work materials Type of
machining g n Vi 2 n Vi 2 n Vi 4 n Vi
(mm) (min) |(mm/min)| (mm) (min”) |(mm/min)| (mm) (min”) |(mm/min)| (mm) (min7) |(mm/min)
-2 ae 70 | 2,000 | 1,600 75 | 1,600 | 1,300 100 | 1,300 | 1,000 110 | 1,000 800
(850C, SCM440) |
B 250HBLUT a! 110 | 1,800 | 1,400 | 125 | 1,400 | 1,100 | 150 | 1,150 | 900 | 160 | 900 | 700
Carbon steel, Alloy steel
(€50, 1.7223) ae=Dc
Below 250HB ap=0.030c 150 1,600 | 1,200 175 1,200 950 200 1,000 800 210 800 600
70 2,000 | 1,600 75 1,600 | 1,300 100 1,300 | 1,000 110 1,000 800
25V LRSE ge
(SUS304) | 5
B 260HBILT Pl 110 1,800 | 1,400 125 | 1,400 | 1,100 150 | 1,150 900 160 900 700
Stainless steel et
Below 250HB =
eow ap=0.03Dc | 150 | 1,600 | 1,200 175 | 1,200 950 200 | 1,000 800 210 800 600
TYUIN—RUEE ae 70 | 1,400 | 1,100 75 | 1,100 900 100 900 700 110 700 550
(HPM7, PX5, NAK80, P20) |
@%30%1?;:% | 110 | 1200 | 950 | 125 | 950 | 800 | 150 | 800 | 600 | 160 | 600 | 500
(1.2311, P20) ae=Dc
30-43HRC ap=0.030c 150 | 1,000 800 175 800 600 200 600 500 210 500 400
MEASE ae 70 800 650 75 600 500 100 500 400 110 400 320
(Inco718) |
fEer35-43HRC ap
T ——— 110 700 550 125 550 450 150 450 360 160 380 300
(Inco718) ae=Dc
35-43HRC ap=0.03Dc | {50 600 500 175 500 400 200 400 320 210 360 280
FHYIEE ae 70 | 1,400 | 1,100 75 11,100 900 100 900 700 110 700 550
(BAL-4V Ti) |
fEer35-43HRC ap
Titanium alloy 110 1,200 950 125 950 800 150 800 600 160 600 500
(Ti-6AL-4V) ae=Dc
35-43HRC ap=0.03Dc 150 1,000 800 175 800 600 200 600 500 210 500 400
ZIL=E% ae 70 | 4,000 | 3,200 75 3,200 | 2,500 100 | 2,600 | 2,000 110 | 2,000 | 1,600
(A5052) |
E=50-110HB | 110 | 3,600 | 2,800 | 125 | 2,800 | 2,200 | 150 | 2,300 | 1,800 | 160 | 1,800 | 1,400
Aluminum alloy
(A5052, A7075) ae=Dc
50-110HB ap=0.03Dc | 450 | 3,200 | 2,500 175 | 2,500 | 2,000 200 | 2,000 | 1,600 210 | 1,600 | 1,200

R IRINEHELES, n: TERERE, Vi: EWEE, ap: YHhAHKRS, Qe: EvIT71—K
2 : Overhung length, N : Spindle speed, Vf: Feed speed, &p: Depth of cut, &e: Pick feed

BER EDOFEER

1) AEE R TIC SV T HIEIEZ AKX <L FIPINT OEEMERE 22 < L TRRBOEMNEME #MARLIAABERELTNIMNEE LTS
MIHEEHERNLET,

2) EEMA LEFMIICEWT EAMYIAAZE/NE L BBDT Y 7 AR ESMASHEHRIC IV TEA B LT EENMIIC LS
MIxEE EFBMT A ARV -LET,

3) WFREOIH] G0 < FRIBENEDBBHLEDWRED /0 JEEL EFMIRHE T7 70— 6 L BABIEMEHEN-LETS,

NOTE

1) In case of finishing side face, improve the productivity by increasing ap and reducing ae to reduce heat generation.
2)In case of finishing bottom surface, improve the efficiency by cutting radius edge at shallow ap to increase feed speed.

3)Recommend to use internal coolant supply to reduce cutting heat and built up edge problem.



OVWE»

~G TH:

wyf- L XV 2 & DIJET INDUSTRIAL CO., LTD

Y N it T547-0002 KB FEXMER2T HI1%E185  TEL. 06(6791) 678118k FAX. 06 (6793) 1221
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

CREREZR)
T341-0034 B LR = Mgl T HIFEM Residencia # 1F
TEL. 048(949)7720 FAX.048(949)7730

PABIERE SR
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Phone: 81-6-6791-6781

Fax: 81-6-6793-1221
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TEL.06(6794)0216 FAX. 06(6794)0217
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T939-8096 = ILIPaAR 73205 JBE_EI 1-B
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TEL. 082(282)3712 FAX. 082(282)3742
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T812-0011 fRRAH {2 X1H L ERF4 T H3%E3S 1425 /\AAEILLF
TEL. 092(284)4610 FAX. 092(284)4617
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DIJET INDUSTRIAL CO., LTD. (Europe)
Unit 2 Mundells Court, Welwyn Garden City, Herts AL7 1EN, England
Phone. 44-1707-325444 Fax. 44-1707-330197

DIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang
Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260

DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

DIJET INDUSTRIAL CO., LTD. (Dalian Office)
Rm 2203, Bldg B, No1, Bldg 1st, WuCaiCheng, Development Zone,
Dailian City, 116600, China
Phone. 86-411-8757-9503 Fax. 86-411-8753-8559

| http://www.dijet.co.jp

DIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town,
Dongguan City, Guangdong Provence, 523850 P. R., CHINA
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608

DIJET INDUSTRIAL CO., LTD. (Wuhan office)
Room A3117, Zhongshang office Bldg, No.7 Zhongnan Road, Wuchang,
Wauhan City, Hubei, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
322, ARCADIA
Hiranandani Estate, Patlipada, G.B. Road,
Thane (W) 400 607, India
Phone. 91-22-4012-1231  Fax. 91-22-4024-0919

DIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, M1 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395

J=0—
BRI TN 4 vaa

0120-39-81-39

EXRER
FAX 06-6793-1230

CEALDEE IEER2ACTHEAVERLIEHIC

OB TEAUEVNTLEEL, @XTHEEFPRIIDSZTERMERLEVTLZEL),

OO K FORE BEMECID T AICTERLREE VL. X ARBRFB O R 2 H/N\—ZERALIEE L,

WARNING: Grinding produces hazardous dust. ¢To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

QT EMKG . WRDIHFEFLEEI DI ENBDFT, Specification shall be changed without notice.
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