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Low cutting oAdopted 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.
e®Possible to use by low power and compact machines such as BT30.

New generation high feed mill
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Multi blades : I . .
specification Multi blades specification: 10 mm dia. for 2N and 32 mm dia. for 8N.
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“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.
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Multi blades specification even if small inserts achieved
maximum feed speed Vi=10m/min on general steel.
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8tH Adopted high rigid G-Body. Highly accurate G-Body can correspond

from high feed to finishing.

FwTJNUTIT—/32/ Inserts variation
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High feed insert FAFEN (JC7560)i%H High feed insert for unfavorable condition (JC7560)i%F

Ay

EOMTO0602...ZER(J—7 R1.0, 2.0) EOMWO060210ZER

BHIDA SEEMR/I\—RFyT I-7R2
Shoulder milling insert High hardened steel F4 EN

ZOMT0602...ZER(J—37 RO.2, 0.4, 0.8) - °
BEOIFAL0.02mmILT

0.02mm or less cusp height gives true 90 degree with no mismatch EOHWO0602...ZTR(J—3 R1.0, 2.0)
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Adopted PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy, tough grade
“JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance & impact strength and tool life.
Moreover, adopted new PVD coated grade “DH102” suitable for high hardened material.
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BEEDH High feed insert

<JC7560)¥%F
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EXEDERFIB(ERZ High feed insert for unfavorable condition

@

SEEMBE/I\—KRF v High hardened steel

TBHIDE shoulder milling insert
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A4 e & BE PVDO—35-r>/% PVD coated ~  7E(mm) Dimensions

Type Cat. No. Tolerance| 05418 | DH102 | JC7560 | JC8050 | A T B [re 6°
B0 EOMTO060210ZER | M ° ° ® |65 25| 43| 10 | 13°
High feed insert EOMT060220ZER | M ° ® |65 25| 43| 20 | 13°

=5%h 4
REORNTRT | comwoso210zeR| M | @ ° ® |65 | 25| 43 | 10 | 13°

unfavorable condition

A \—K Ty EOHWO060210ZTR | H ® 65 | 25 | 43 | 1.0 | 13°
High hardened steel | @)EOMT060220ZTR | H ° 65 | 25 | 43 | 2.0 | 13°
ZOMT060202ZER | M ° ® |65 | 25| 43| 02 | 13
BHIbA .
Shoulder millna insert ZOMT060204ZER | M ° ® |65 25| 43| 04 | 13
ZOMTO060208ZER | M ° ® |65 25| 43| 08 | 13°
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10 inserts per case.
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Each grade shows different mark around the hole for fool proof.
JC5118

mark
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Discrimination

Y9 %94 Y — MAGNETISER

JC8050/JC7560
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demagnetising /
entmagnetisieren

+

mngnetising /

magnatisieren

2 & cat No. TEEE Stock
MAGNETISER o
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1 piece per case.
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o Vlagnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the Magnetizer + and rubbing lightly.
e The work efficiency when insert is setting by magnetizing the tip of wrench improves.
xPlease do not use it in the vicinity of the equipment to be influenced with magnetism.
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Multi blades
specification
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Vibration
free
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Adopted unique 3D geometry inserts with low cutting force (25% lower than conventional
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. =Excellent for vertical wall machining.
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Multi blades specification achieved Q=144cc/min.
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“QM MAX” MQX type can be possible high efficient machining and longer tool life, due to
control the vibration by the combination of MSN carbide shank holder.

FwTINULI—/32/ Inserts variation
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miEDH

RHIDA

Shoulder
milling insert

ZPMT1

. XD AR Fesa( bz —
High feed insert MI—F120HE I-Eh feed insert for uniavn:ahle condition MI—F4120HE
(JC7560)1%FH (JC7560)1%H

EPMT100312ZER  EPMT100312ZER EPMW100312ZER EPMW100312ZTR

R e BHEIbA =EE A
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Shoulder milling insert High hardened steel “MIRROR INSERT” for finishing side
(From semi-finishing to finishing) & hottom face / contouring milling

003...ZER

(3—7R0.4, 0.8, 2.0)

Bt oo ook s | ZPMT100308ZER-PL EPHW100316ZTR YPHW1003...ZER...

true 90 degree with no mismatch

EPMW100312ZTR
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FyIHERCIEARAMNEL. —RANSTEEM. 79 5% MASEFOHEME THILTEEFPVDI—F ¢~ I #1E(JC5118)
BRUHELIRICRERPVDI—7 « T #7&(JC8050) . & 5T IR L MZAEZEN RO SNBMITICHL. KW—BDRFE
ZRIRY FPVDI—T 1 VT 14 E(JC7560) ZHRF.
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Adopted PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloy and heat-resistant alloy, tough grade
“JC8050” for interrupted cutting, and new PVD coated grade "JC7560" improved heat-fracture resistance & impact strength and tool life.
Moreover, “MIRROR INSERT” YPHW type and shoulder milling insert ZPMT-PL type adopted generic PVD coated grade “JC8015” that have a
wide application, cermet “CX75”, and new PVD coated grade “DH102” for high speed machining in high hardened material.
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@ IPMT-PLR: 577>

Series expansion, shoulder milling insert from semi-finishing to finishing side
& bottom face for QM MAX MQX / QXP type.
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Adopted 3 grades: PVD coated grade “JC8015” that showed stable performance in raw material up to 36HRC, cast iron,
and stainless steel. / New PVD coated grade “DH102” suitable for high speed machining in high hardened material. / Cermet “CX75”.

90 4-18 Cutting performance

1. IITEFES (JRE) Surface roughness (hottom)

#HIA4 Material: SS0C (444) €50 (raw material), TE4R Tool dia.: $25mm
Vc=160.2m/min, fz=0.12mm/t, ap=0.2mm, ae=15mm, ZHE UK Overhung length: 60mm

ZPMT-PL (JC8015) ”

Ra=0.25um, Rz=1.65um

2. shE (@lm) (ZEvZ: 2mm)

Deflection (side wall) (Z pick=2mm)

#HI44 Material: SKD11 (60HRC)
1.2379 (60HRC)

T E1 Tool dia.: $26mm

Vc=180m/min,

fz=0.15mm/t, ()@

ap=2%X8=16mm,

ae=0.Tmm

ZHURSE

Overhung length: 65mm
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J—2 _EEfl Upper surface
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Ra=0.13um, Rz=0.72um Ra=1.05um, Rz=5.01um

3. E8hE(flm) (ZEvZ: 3mm)
Deflection (side wall) (Z pick=3mm)

#H44 Material: S50C (444) €50 (raw material), TEZ Tool dia.: $25mm
Vc=282.7m/min, fz=0.12mm/t, ap=3%4=12mm, @e=0.15mm
Z2HUEKRE Overhung length: 60mm

— 1 — I = I
(mm) 0 Z IQJ':E!EJ leppe‘rsuvrface T 7 .gJ,:E{.EI llJppevrsuvn‘ace T 2 IQJ;E@J Ulppevrsulrface
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Competitor |

(JC8015)

10 10
-20 0 20 40 (um) -20 0 20 40 (um) -20 0 20 40 (um)

A

ZPMT-PLEEF v I #41EEIRMBEZR  Application for choice of insert grade for ZPMT-PL type
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I (850C, 855C) (SKD61, SKD11) | (HPM7, PX5, P20) |(NAK80, HPM1, P21)( (SKD61, DAC, DHA) |(SKD11, SLD, DC11) (FC, FCD) Zj(;ujs%ﬁﬂm FIvES

Work S 250HBLATT | BES255HBIUT | & 30-36HRC | & 38-43HRC | #&42-52HRC | H#E55-62HRC | BES300HBLLT B 250HBIL TR (Ti-6AI-4V)

materials Carbon steel Die steel Mold steel Mold steel Hardened die steel | Hardened die steel |Grey & Nodular cast iron St s @l Tt als
(C50, C55) (1.2344,1.2379) (1.2311, P20) (1.2311, P21) (1.2344,1.2379) | (1.2344,1.2379) (GG, GGG) Below 250HB b

Below 250HB Below 255HB 30-36HRC 38-43HRC 42-52HRC 55-62HRC Below 300HB
FvIHiE CX75 CX75 JC8015 DH102 DH102 DH102 JC8015 JC8015 JC8015
Grades (Jcso15) (Jcso15) (DH102) (Jcso15) (Jcso15) (DH102) (DH102) (DH102)
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MQXY/PE QXP soi e A Inserts

EEDF High feed insert TBHIDF  Shoulder milling insert @j—j—Rz
g4 FiEhl
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EEE

@ BEID A (Fhit EIF~{t EFA)
(ZPMT100308ZER-PL)
Shoulder milling insert (From semi-finishing to finishing)

{JC7560) $RF
BEEDARFIR(EAZ High feed insert for unfavorable condition . QA ]
(EPMW100312ZER) . () ‘
N | \\ ;\ T
!
. A EE-fEt LFESS—Fv T
1 :/,, (YPHW100308ZER-15) 85 & U (YPHW100308ZER-F)
e | - /\6" “MIRROR INSERT” for finishing side & bottom face

L] !
BXb RS (ERZ High feed insert for unfavorable condition
(EPMW100312ZTR)

o =]
T

A
@m | _ 7: - =
\ 23 B T 1 . 3.0 LT
2N ; (YPHW100308ZER-15) (YPHW100308ZER-F) ({E3%Y FR)

_ EE-fiEt LGS XUESEMIRAZIS—Fv7
(JC7560> %M (YPHW100320ZER-24)

EEEMBA/IN—RF YT High hardened steel r—w MIRROR INSERT” for finishing side & bottom face / contouring milling
A

re T
147 e & wE PV%\%:geﬁya g;ﬁ?et ~  iE(mm) Dimensions
Type b 1, Tokrance| 105118 | @DH102 @de7s60[ Jc8015[Jcsos0{ex75| A | T | B [ re | 6°
X0 EPMT100312ZER | M | ® ° o 10 (32 | 6 |12 11°
igh feed insert
BXDANL@ER. |[EPMW100312ZER | M | @ e 10132 | 6 |12 11°
gn feed insert ot |EPMWA00312ZTR | M | @ ° ° : :
RIREMA/\—FFYT | Epyw1003162TR | H e 10 (32 | 6 |16 | 11°
igh hardened steel
— ZPMT100304ZER M| @ () 10 132 | 6 | 0.4 | 11°
Shoulder milling insert ZPMT100308ZER M L4 L 10 3.2 6 | 08| 11°
ZPMT100320ZER M o o 10 |3.2 6 |20 | 11°
(4115&”%?%)
Shoulder milling insert from @ZPMT1003082ER'PL M (] ([ ® | 10 | 3.4 6 | 0.8 | 11
semi-finishing to finishing
%EE%%J&HE&J:ITB&U;’ YPHW100308ZER-15 | H o o ® | 10 |3.35| 6 | 0.8 11°
BEMIASS—Fv = ’
“MIRROR INSERT”forﬁnishingside YPHW100308ZER-F | H od 10 |335| 6 | 0.8 11
& bottom face / contouring miling | YPHW100320ZER-24 | H ® 10 |3.35| 6 | 2.0 | 11°

15— 10BAWUTY, 10 inserts per case.

QMR YOI ZRAFvIDERT—2IIcDWT Discrimination of grade for MQX / QXP insert

— . _ X JC5118 JC8050 /JC7560
I (A—F42J) TELFyTRDEDDDR—IHREOET . moio_ s - ~
C“{ﬁﬁﬁ@%l:éﬁ&%(t‘a\'b\o Discrimination }

Each grade shows different mark around the hole for fool proof. mark

0 [ @ | X—H—7EEm Standard stock items O : JEETEER Soon to be stocked O : EENFLIEDREFESE Soon to be deleted ]
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Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)

QAMTZYIAEI2S5—AYE " MQAXH + BEE—®(EI15—NyREBEA—ILEBEY v 7—I\) M0X and MSN type
TE%& (mm) Tool dia.

wul st | TYT 16/17 20 20/ 21
Work materials | %8 % No. of teeth 2N F%_No.of teeth 3N F_No. of teeth 4N
Grades [ 2 a | ae n Vi | 2 ap | ae n Vi | @ a | ae _ f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
(Ss’h‘&?gﬁsc) ~80 | =5.0 |<0.20| 6,400 | 3,840 | ~100| =5.0 |<0.20| 5,100 | 4,590 [~100| =5.0 |<0.20| 5,100 | 6,120

fiEE250HBLLT | CX75
Conanaee  |ueaoes)| 120 | 3.0 <0.15/5,120 | 2460 | 150 3.0 |<0.15/4,080 | 2,940 | 150/ 3.0 <0.15| 4,080 3,920

(C50, C55)

Below 250HB 160 | =2.5(<0.10/ 3,840 | 1,380 | 190 =2.5<0.10/ 3,060 | 1,650 | 190| =2.5|<0.10| 3,060 | 2,200
TEH o~ < ~ < o <
(SKO8T_SKD11) 80 | =5.0 1<0.20/ 6,000 | 3,000 [ ~100| =5.0 | <0.20| 4,800 | 3,600 | ~100| =5.0 [<0.20| 4,800 | 4,800

B&255HBLIT | CX75 | 100 | <3.0|<0.154,800 | 1,920| 150| 3.0 |<0.15/ 3,840 | 2,300 | 150| <3.0 |<0.15| 3,840 | 3,070

( Die steel ) (JC8015)
13%?(?\/?/215'?;%789 160 | =2.5<0.10| 3,600 | 1,080 | 190 =<2.5<0.10/2,880 | 1,300 | 190| =2.5|<0.10| 2,880 | 1,730
TY\— R ~80 | =5.0 |<0.20| 6,000 | 3,000 | ~100| =5.0 |<0.20| 4,800 | 3,600 [~100| =5.0 |<0.20| 4,800 | 4,800

%%?:%(Eﬁé% oo | 120 | <3.0|<0.154,800| 1,920 | 150| 3.0 |<0.15/ 3,840 | 2,300 | 150) =<3.0|<0.15 3,840 | 3,070

(1,2311, 20) 160 | <2.5<0.10| 3,600 | 1,080 | 190 <25 |<0.10 2,880 | 1,300 | 190 <25 |<0.10/ 2,880 | 1,730
T ) ~80 | =4.0 [<0.20] 5,000 | 2,500 | ~100] 4.0 [<0.20] 4,000 | 3,000 | ~100] =4.0 |<0.20] 4,000 | 4,000
B 384t IRC | iote)| 120 | =2.5|<0.15/ 4,000 | 1,600 | 150) <2.5<0.15/3,200 1,920 150| =25 <0.15] 3,200 2,560

el 160 | <2.0 |<0.10[3,000| 900| 190 <2.0<0.10|2,400 | 1,080| 190| <2.0|<0.10 2,400 | 1,440
B ~80 | <35]<0.20/ 4,200 | 1,680 [~100] =35 |<0.20] 3,350 | 2,010 | ~100] =35 <0.20] 3,350 | 2,680
IR a0 e HC | Josore| 120 | =2.5/<0.15/3360 1,080| 150| <25 |<0.15/2,680 | 1,290 | 150) =<2.5|<0.15| 2,680 | 1,720

Hardened die steel

i N Y I R I A T R IR N

IA

(smﬁ%&ﬁ%cm ~80 | =2.5/<0.15| 3,600 | 1,080 | ~100| =2.5 |<0.15| 2,900 | 1,310 |~100| =2.5 |<0.15| 2,900 | 1,740
fB55-62HRC

I-}aﬁjeneddieste()el DH102 | 120 | =<2.0|<0.12/ 2,880 | 690 | 150| <2.0 <0.12/2,320| 840| 150| =2.0<0.12|2,320| 1,110
i ) N N A A A

S ~80 | <5.0|<0.20) 5,600 | 2,080 |~100] =5.0 |<0.20] 4,500 | 4,050 | ~100] 5.0 |<0.20] 4,500 | 5,400
B OOHBH T | oy | 120 | =3.0/<0.15/ 4,480 1,250 | 150] =3.0 | <0.15/ 3,600 | 2590 | 150| =<3.0 | <0.15 3,600 | 3,460
B 560 160 | <2.5/<0.10/ 3,360 | 750 190| <2.5 <0.10/2,700 1460 | 190 <2.5/<0.10/ 2,700 | 1,940
25 VU2 ~80 | <5.0|<0.20] 6,000 | 3,000 | ~100] <5.0 |<0.20] 4,800 | 3,600 [ ~100] <5.0 [ <0.20] 4,800 | 4,800

@ggn%i?%f uiom| 120 | =3.0]<0.15/4,800| 1,920 | 150| 3.0 |<0.15/3,840 | 2,300 | 150) =3.0|<0.15/3,840 | 3,070
Below 250115 160 | <2.5|<0.10/3,600| 1,080 190| <25 |<0.10/ 2,880 | 1,300 | 190| <2.5 <0.10| 2,880 | 1,730
I ~80 | <5.0]<020] 1,800 900 |~100] <5.0|<0.20] 1,450 | 1,090 | ~100| <5.0 |<0.20] 1,450 | 1,450
meaay) || 120 | <30<0.15 1440 580| 150 <3.0 <05 1,160 700| 150| <3.0 <0.151,160| 930
Tamum oy 160 | <25 <0.10/1,080 320| 190| <25 <010| 870| 390| 190| <25 <010 870 520

2 RELRE, ap: BiARDYNAHRE, Ge: FEABMDYLAZRE, N : TEEEGRE, Vi:F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFEREIR
1) LSRRI RIS KO T —JBIEICRUTRELIEE L,

2) CUWHREUGER ABAHFREZ LEEHMELVBELLTLREV. HBVFEVEEZ FFTERLEE L.

3) BMEBATEDZEF. FTVNAHFREIEZLTLREEV RICNB KV VIZ T IFTERLEE L,

4) I7—70— LKW TREMEZTH>OTRE W, FIC IEMCTOFvET AN TIFII S FTRRITERLEE 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 @p or Feed speed.

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.
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Recommended cutting conditions for "ZPMT:k-PL-type inserts" (For side finishing)
AMTYIZAEIAS=A\YEF MQAXH + BE—# (Y15 —NvyRBAA—ILiBEY+>27—I\) M0aX and MSN type

Ouick & Mini

New generation high feed mill

e

TE=R (mm) Tool dia.
wmu |77 25/26
Work materials 2L H#L No. of teeth 4N FEL No. of teeth BN
Grades ap ae r Vi 4 ap ae r f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
T8 ~120 | =50 | <020 | 4100 | 4920 | ~120 | <50 | <020 | 4100 | 6,150
&250HBL CX75
EE%%ES”CS;%"H e 190 | =30 | <045 | 3300 | 3170 190 | =30 | <045 | 3300 | 3,960
Bl iR 235 | <25 | <010 | 2,500 | 1,800 235 | <25 | <010 | 2500 | 2,250
TE8H ~ < A <
] [T Ton ol S e
(12944 1 237g) |OB019) — : ’ ’ — : ’ ’
Eec ol 235 | =25 | <010 | 2290 | 1,370 235 | <25 | <040 | 2200 | 1,720
TYN\—RE ~ < ~ <
G = oo e e s e o
Mold steel (DH102) =9 . ) ) =3. . , ,
(12311, F20) 235 | <25 | <010 | 2290 | 1370 235 | =25 | <0410 | 2290 | 1720
@ﬁ@ﬁ% - ~120 §4.0 <020 | 3200 | 3200 | ~120 §4.0 <020 | 3200 | 4,000
il sl |ucant 190 | <25 | <015 | 2,560 | 2,050 190 | <25 | <015 | 2560 | 2560
et 235 | =20 | <010 | 1920 | 1,150 235 | <20 | <010 | 1920 | 1440
BEANS ~ < ~ <
P I e
e 1 e |(08015) — : : : — : : :
42-52HRC 235 - - - - 235 - - - -
AN ~ = ~ =
il o oo e e e
"9 1 5570) — : : — : : :
55-62HRC 235 - - - - 235 - - - -
(i% F§§) ~120 <50 | <020 | 3570 4280 | ~120 <50 | <020 | 3,570 5,350
B OOHBH T | oy | 190 | <30 | <045 | 2860 | 2750 190 | =30 | <015 2860 | 3430
Bolons SOnHR 235 | <25 | <010 | 2,140 | 1,540 235 | <25 | <010 | 2140 | 1,930
27 VL% ~120 | =50 | <020 | 382 | 3820 | ~120 | =50 | <020 | 3820 | 4780
@gi%’i?:séy omom| 190 | =30 | <045 | 3060 | 2450 | 190 | =30 | <015 | 3060 | 3,060
Below 250HB 235 | =25 | <010 | 2290 | 1,370 235 | <25 | <040 | 2200 | 1,720
~120 | =50 | <020 | 1,150 | 1,150 | ~120 | =50 | <020 | 1,50 | 1,440
e | 28018 T 0T <os 920 740 190 | =30 | <0.15 920 920
M (DH102) = : =" :
Tamum oy 235 | <25 | <010 | 690 420 235 | =25 | <010 | 690 520

R RHELRZE, ap: iIARDENAHRE, Ge: FEAMOYNAARE, n: TEEERRRE, Vi k)ERE

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

W{ERALOFEREIR

1) LEEDYIRIRME ERAIES KD —TBIMEICRU THERBLEE N,

2) CUWHREUSZERF AHAFREZ MBS BESLTLREEV. HBVNFEIEEZ FIFTERALEE L,

3) BMEBNTEDHEF. FTVNAHFREEZLTLREEV RICNB KV VIZFIFTERLEE L,

4) I7—7O— LKW TREMEBZTH>TLREE W, FIC IFEMCTOFvET AN TIFII S FTRRITERLEE 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 @p or Feed speed.

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.



/ADIJET@
it £ R ZPMT:+-PLR; AF3ERTF YT REVIHISH
Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)

AMIYIZAEIAS5—=AYE " MAXH + BBE—E (Y15 —NvyRBAA—IVBEY+>27—/\) MQX and MSN type
TEE (mm) Tool dia.

wul s | TvT 30/32/35 32/35
Work materials ZE: F# No. of teeth BN F#EL 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)
G ~160 | =50 | <020 | 3200 | 4800 | ~160 | =50 | <020 | 3200 | 5760
BE250HBLIT| CX75
%(arbon s [ucaois 240 | <30 | <015 | 2560 | 3,070 240 | <30 | <015 | 2,560 | 3,690
B0, Do) 200 | =25 | <010 | 1920 | 1,730 200 | <25 | <010 | 1920 | 2070
TEH ~ < ~ <
ot | 160 | <50 | <020 | 3000 | 3750 160 | <50 | <020 | 3,000 | 4,500
(LDiesteeI " ucadis 240 | =30 | <015 | 2400 | 2,400 240 | =30 | <015 | 2400 | 2,880
1.2344, 12979 200 | =25 | <010 | 15800 | 1,350 200 | =25 | <010 | 1,800 | 1,620
TUN\N—RE ~ < ~ <
et 160 | <50 | <020 | 3000 | 3750 160 | <50 | <020 | 3,000 | 4,500
(“Moki S | (w102 240 | <30 | <015 | 2400 | 2,400 240 | <30 | <015 | 2400 | 2,880
12901, Fe 200 | <25 | <010 | 1800 | 1,350 200 | <25 | <010 | 1,800 | 1,620
TUI\— R4 ~ < o <
s 160 | <40 | <020 | 2500 | 3,120 160 | <40 | <020 | 2500 | 3,750
(LMoId S oot 240 | <25 | <015 | 2000 | 2,000 240 | <25 | <015 | 2,000 | 2400
[ 290 | <20 | <010 | 1,500 | 1,130 200 | <20 | <010 | 1500 | 1,350
A ~ - ~ =
of o 160 | <35 | <020 | 2100 | 2100 160 | =35 | <020 | 2100 | 2,520
Tﬁgﬂi& i il ucants 240 | <25 | <015 | 1680 | 1,340 240 | =25 | <015 | 1680 | 1,610
"42-52HRC 290 - - - - 290 - - - -
HANSE ~160 | <25 | <015 | 1,800 | 1350 | ~160 | <25 | <015 | 1800 | 1620

(SKD11, SLD, DG11)

B 55-62HRC
Hardened die steel | DH102 240 =20 <0.12 1,440 870 240

(1.2344, 1.2379)

=20 <0.12 1,440 1040

55-62HRC 290 - - - - 290 - - - -
g Fgﬁ) ~160 <50 <020 | 2,800 4200 | ~160 <50 | <020 | 2800 5,040
@ 300HBILT | JCBO15
erey“z(; sbrasim | OA1D2 240 | <30 | <015 | 2240 | 2,690 240 | <30 | <015 | 2240 | 3230
peaa, 463) 200 | <25 | <010 | 1680 | 1510 200 | <25 | <010 | 1680 | 1810
25 VL2 ~160 | <50 | <020 | 3000 | 3750 | ~160 | <50 | <020 | 3000 | 4500
(SUS304) JC8015
BE250HBAIT | (i) [ 240 | 530 | <015 | 2400 | 2400 240 | =30 | <015 | 2400 | 2880
tainless stee
Below 250HB 200 | <25 | <010 | 1800 | 1,350 200 | <25 | <010 | 1800 | 1,620
R ~160 | <50 | <020 900 | 1130 | ~160 | =50 | <020 900 | 1350
FIYEE | 0g015 - >
meaay) | el 240 | =30 | <015 720 720 240 | <30 | <015 720 860
Titanium allo
e ey 200 | <25 | <040 | 540 410 200 | <25 | <010 | 540 490

2 RELEZ, ap: BIAROYHAHKRE, Ge: FEAEDEHAHFRE, N : TERERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFEEIR
1) LEEDUIHISEHS . BRAIES KO —IBIEICRUTRELIEE L,

2) CUUHRELIGER HAHFRS Z LEEHMEL ) BELLTLREV. HBVIFEDREZ FIFTERES L.

3) BHEBATEDEEE. FTVPAHFREIEZLTLREEV RICNB KLV VIZ FFTERLEE L,

4) I7 =7 0O— LKW TREMEZTH>OTRE W, FIC IIEMCTOFvETA NI TIIIW S FTRRITERLEE 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 @p or Feed speed.

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.



RIEE LY H ZPMT*-PLA; I5E3ERF T (FHEVIHIS

Recommended cutting conditions for "ZPMT:k-PL-type inserts" (For side finishing)
QAMTYIZAEI2S5=AYE " MAXH + BE—®(EY15—NvREBEF—IVBEY+>27—I\) M0X and MSN type

Ouick & Mini

New generation high feed mill

e

TE& (mm) Tool dia.
wu s | TV 40/42 40
Work materials 2L F# No. of teeth BN FEL No. of teeth 7N
Grades £ ap ae r Vi P ae r %8
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
(Sslg—%%éi@sc) N ~160 <50 | <020 | 2550 4590 | ~160 <50 | <020 | 2550 5,350
c250HBL 75
@E%%’S“C%E?'H UChots)| 240 | =30 | <015 | 2040 | 2940 240 | =30 | <015 | 2040 | 3430
Belo 2500B 200 | <25 | <010 | 1530 @ 1,650 200 | <25 | <010 | 1530 | 1,930
TE8 ~ < A <
] o [T = oo o [ o Ton To o
(12988 379) |1 — : : : — : ! ’
Below DESH 200 | <25 | <010 | 1440 | 1,300 200 | <25 | <010 | 1440 | 1510
TUJ)\— RS ~ < ~ <
P A
ey | 02 — : ’ ’ = : ’ !
40-361RG 200 | <25 | <010 | 1440 | 1,300 200 | <25 | <010 | 1440 | 1510
%’ééé;ﬁ“?;%’ » ~160 §4.0 <020 | 2000 | 3000 | ~160 §4.0 <020 | 2,000 | 3500
i s s 240 | <25 | <015 | 1600 | 1,920 240 | <25 | <015 | 1,600 | 2,240
e ARG 200 | <20 | <010 | 1200 | 1,080 200 | <20 | <010 | 1200 | 1,260
BREANS ~ < ~ <
T P e e
ey 1 e |(c8019) — : ’ ’ - : ’ !
42-52HRC 290 - - - - 290 - - - -
I
M o5at 15370, — : : — : :
55-62HRC 290 - - - = 290 = = = -
(% Fgfg) ~160 | =50 | <020 | 2230 4010 | ~160 | =50 | <020 | 2,230 4,680
B S OOHBH T | )| 240 | <30 | <045 | 1780 | 2560 240 | <30 | <015 | 1780 | 2,990
Below 300HB 200 | <25 | <010 | 1340 | 1450 200 | <25 | <010 | 1340 | 1,690
27U ~160 | <50 | <020 | 2400 | 3600 | ~160 | <50 | <020 | 2400 | 4,200
@g:%jﬂf:%g? omom| 240 | =30 | <045 | 1,920 | 2300 240 | =30 | <0415 | 1920 | 2,690
Below 250HB 200 | <25 | <010 | 1440 | 1,300 200 | <25 | <010 | 1440 | 1510
~160 | <50 | <0.20 720 | 1,080 | ~160 | <50 | <0.20 720 | 1,260
e | 28018 T a0 T <os 580 700 240 | =30 | <015 580 810
N (DH102) = : = :
amum oy 290 | =25 | <010 | 430 390 290 | =25 | <010 | 430 450

0 RHELRZE, ap: MIARDENAHRE, Ge: $EABMDOYNAARE, n: TEEERRRE, Vi:X)ERE

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

W{ERALDEEEIR

1) LEEDYIHISRAE ERANES KD —IBIEICRU THERBLIZE W,

2) UUWHREUISE S IAGRS Z LEEBIEX BEUTLREEV. HBNFEEEZ FFTERLEE W,

3) ERENARRDHEE FTVPAHFREIZZLTLEEVRICNB LV VIZTIFTERLIEE L,

4) I7—7O—ICKWPIKTIREMBZTOTREE W BT IFEMCTOF v ET A NI TIFII<S FTREBITERLSEE LY,

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 @p or Feed speed.

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.



// DIJET

IEE LY H ZPMT*-PLA; I5E3ERF T (FHEVIHISM

Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)
QAMIYI R RTPIALTITSA R QAXPR QXP type (facemill type)

TE4Z (mm) Tool dia.
LR S 40
Work materials 2L TEL No. of teeth BN HT# No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap Qe , f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | =50 | <020 | 2550 | 4590 | ~150 | =50 | <0.20 | 2550 | 5350
(550C. 5550) 200 | =30 | <015 | 2040 | 2,940 200 | =30 | <015 | 2040 | 3430
B bon st | yosroo | 250 | =25 | <010 | 1,580 | 1650 250 | =25 | <010 | 1530 | 1,930
(50, C55) 300 | =25 | <010 | 1530 | 1,650 300 | =25 | <010 | 1530 | 1,930
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tem ~150 | =50 | <020 | 2400 | 3600 | ~150 | =50 | <020 | 2400 | 4,200
(SKDBT, SKD11) 200 | =30 | <045 | 1920 | 2,300 200 | =30 | <045 | 1920 | 2,690
e | omoosy| 250 | <25 | <010 | 1,440 | 1,300 250 | =25 | <0.10 | 1440 | 1510
(1.2344, 1.2379) 300 | =25 | <010 | 1440 | 1,300 300 | =25 | <010 | 1440 | 1,510
Below 255HB 350 _ _ _ _ 350 _ _ _ _
SU\— RV ~150 | =50 | <020 | 2400 | 3600 | ~150 | =50 | <020 | 2400 | 4,200
(HPI7, PX5, P20) 200 | =30 | <015 | 1,920 | 2300 200 | =30 | <015 | 1,920 | 2,690
B0 0HRC | Dy | 250 | =25 | <040 | 1440 | 1,300 250 | =25 | <010 | 1440 | 1510
(12311, P20) 300 | =25 | <010 | 1440 | 1,300 300 | =25 | <010 | 1440 | 1,510
30-36HRC 350 _ _ _ _ 350 _ _ _ _
SUN— RV ~150 | =40 | <020 | 2000 | 3000 | ~150 | <40 | <020 | 2,000 | 3500
tiago wewe P2l | 200 | <25 | <015 | 1600 | 1920 200 | =25 | <045 | 1600 | 2,240
B s | Joaoie)|__ 250 | =20 | <040 | 1,200 | 1,80 250 | =20 | <040 | 1,200 | 1,260
(12311, P1) 300 | =20 | <040 | 1200 | 1,080 300 | =20 | <040 | 1200 | 1,260
38-43HRC 350 _ _ _ _ 350 _ _ _ _
P ~150 | =85 | <020 | 1,670 | 2,000 | ~150 | =35 | <020 | 1670 | 2340
(skpf.oAc N [ 200 | <25 | <045 | 1340 | 1,290 200 | <25 | <045 | 1,340 | 1,500
et iidt | Jtsoie)| 250 | =15 | <040 | 1,000 720 250 | =15 | <0.10 | 1,000 840
(1.2344, 1.2379) 300 - - - - 300 - - - -
42-52HRC 350 _ _ _ _ 350 _ _ _ _
pr——— ~150 | <25 | <015 | 1430 | 1290 | ~150 | <25 | <015 | 1430 | 1,500
(sKkp11 5L, De11) 200 | =20 | <012 | 1,140 820 200 | =20 | <012 | 1,140 960
fRaooBeHiC | pHio2 | 250 | =1.0 | <0.10 860 460 250 | =<1.0 | <0.10 860 540
(1.2344, 1.2379) 300 - - - - 300 - - - -
55-62HRC 350 _ _ _ _ 350 _ _ _ _
. ~150 | =50 | <020 | 2230 | 4010 | ~150 | =50 | <0.20 | 2,230 | 45680
(FC, FCD) 200 | =30 | <045 | 1,780 | 2,560 200 | =30 | <045 | 1,780 | 2,990
B oooai | Duits)| 250 | =25 | <010 | 1340 | 1450 250 | =25 | <010 | 1340 | 1,690
, 300 | =25 | <010 | 15340 | 1,450 300 | =25 | <040 | 15340 | 1,690
Below 300HB 350 _ _ _ _ 350 _ _ _ _
AL ~150 | =50 | <020 | 2400 | 3600 | ~150 | =50 | <020 | 2400 | 4,200
(508300 | caors | 200 | =80 | <015 | 1,820 | 2300 200 | =30 | <015 | 1920 | 2,690
B250HBIUT | 0o [ 250 | <25 | <0410 | 1,440 | 1,300 250 | <25 | <040 | 1440 | 1,510
faniess sieel 300 | =25 | <040 | 1440 | 1,300 300 | =25 | <040 | 1440 | 1510
350 - - - - 350 - - - -
~150 | =50 | <020 | 720 | 1,080 | ~150 | =50 | <020 | 720 | 1,260
Fovas | oo | 200 | =80 | <015 | 580 700 200 | =30 | <045 | 580 810
(rieA-aV) | e [ 250 | =25 | <010 | 430 390 250 | =25 | <010 | 430 450
Titanium alloy 30 | =25 | <010 430 390 30 | =25 | <0.10 430 450
350 - - - - 350 - - - -

2 RHELRZ, ap: BARDYHAAZRS, Ge: FBEAMDEYHAHRS, N : TERERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LOFEEEIR
1) LEEDLIHISAS . RRAIMES KO — IR U TRELLIZE L,

2) UUWHREUISEE NAH RS Z LEEBIELBEUTREV. 2 VIFEREZ T IFTERLEE L,

3) WHEINABDBE(E FTUHAHFREZEELLUTLKEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— &P TREMEZTH>OTRE W FHIC IIEMCTOFrETA NI TRV TRUBISEELSEE 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 &p or Feed speed.

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.



Ouick & Mini

New generation high feed mill

e

flE{t IR ZPMT:-PL#Z AFE3RF v T REVIHIS

Recommended cutting conditions for "ZPMT:k-PL-type inserts" (For side finishing)
QAMIYIRX RTPIALTITSA R QXPH QXP type (facemill type)

TER (mm) Tool dia.
wul it | FY7 50 50 / 52

Work materials Mg FEL No. of teeth 7N F#L No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe / £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
- ~150 | =50 | <0.20 | 2230 | 4680 | ~150 | =50 | <020 | 2230 | 5350
(80C Se50) | 200 | =50 | <020 | 2230 | 4,680 200 | <50 | <020 | 2230 | 5350
™ | iChote)| 250 | =30 | <045 | 1,780 | 2,990 250 | <30 | <015 | 1780 | 3,420
(C50, C55) 300 | <30 | <015 | 1,780 | 2,990 300 | <30 | <015 | 1,780 | 3,420
Below 250HB 350 | <25 | <040 | 1,340 | 1,690 350 | <25 | <040 | 1,340 | 1,930
TEm ~150 | =50 | <020 | 1,910 | 3340 | ~150 | =50 | <020 | 1,910 | 3,820
(SKDB1. SKD11) 200 | <50 | <020 | 1910 | 3340 200 | <50 | <020 | 1910 | 3820
B BOOHBIT | Chor| 250 | =80 | <045 | 1530 | 2140 | 250 | =30 | <015 | 1530 | 2450
(1.2344, 1.2379) 300 | <30 | <015 | 1530 | 2,140 300 | <30 | <015 | 1530 | 2450
e 350 | <25 | <010 | 1,50 | 1,210 350 | <25 | <010 | 1,50 | 1,380
S UN— RV ~150 | <50 | <020 | 1,910 | 3340 | ~150 | <50 | <020 | 1,910 | 3,820
(HPM7, PX5, P20) 200 | =50 | <020 | 1910 | 3,340 200 | <50 | <020 | 1910 | 3,820
B30 BHRC | D | 250 | =30 | <015 | 1530 | 2,140 250 | =30 | <015 | 1530 | 2450
(12311, P20) 300 | <30 | <015 | 1530 | 2140 300 | <30 | <015 | 1530 | 2450
80-36HRC 350 | <25 | <010 | 1,150 | 1210 350 | <25 | <010 | 1,150 | 1,380
U \— ks ~150 | <40 | <020 | 1,600 | 2,800 | ~150 | <40 | <020 | 1,600 | 3,00
(O] . 200 | <40 | <020 | 1,600 | 2,800 200 | <40 | <020 | 1,600 | 3,200
B s | Joa0ie)|__250 | =25 | <045 | 1,280 | 1,790 250 | =25 | <045 | 1,280 | 2,050
(12311, P21) 300 | <25 | <015 | 1,280 | 1,790 300 | <25 | <015 | 1,280 | 2,050
2 4D 350 | =20 | <0.10 960 | 1,010 350 | =20 | <0.10 960 | 1,150
5 ~150 | =30 | <020 | 1340 | 1,880 | ~150 | =<3.0 | <020 | 1340 | 2,140
(SKD61 DAC, DHA) 200 | <30 | <020 | 1,340 | 1,880 200 | =30 | <020 | 1,340 | 2,140
e G| Mot 250 | =25 | <015 | 1070 | 1.200 250 | <25 | <0.5 | 1,070 | 1,370
(1.2344, 1.2379) 300 | <25 | <015 | 1,070 | 1,200 300 | <25 | <015 | 1,070 | 1370
42-52HRC 350 | =15 | <0.10 800 670 350 | =15 | <0.10 800 770
T ~150 | =25 | <0.15 | 1150 | 1,210 | ~150 | =<25 | <0.15 | 1150 | 1,380
(5K017.SLD, DC11) 200 | =25 | <015 | 1,150 | 1,210 200 | <25 | <015 | 1,150 | 1,380
REOoB2HAC | phio2 | 250 | <20 | <042 920 770 250 | <20 | <012 920 880
(1.2344, 1.9379) 300 | <20 | <0.12 920 770 300 | <20 | <0.12 920 880
SRPG 350 | <10 | <0.10 690 440 350 | <10 | <0.10 690 500
P ~150 | <50 | <020 | 1,780 | 3,740 | ~150 | =<5.0 | <020 | 1,780 | 4270
(FC, FCD) 200 | <50 | <020 | 1,780 | 3,740 200 | <50 | <020 | 1,780 | 4,270
B BN | oy | 250 | <30 | <045 | 1420 | 2390 250 | =30 | <0.15 | 1420 | 2730
(GG, GGG) 300 | <30 | <015 | 1420 | 2,390 300 | <30 | <015 | 1420 | 2,730
Below 300HB 350 | <25 | <010 | 1,070 | 1,350 350 | <25 | <010 | 1,070 | 1,540
I ~150 | =50 | <020 | 1,910 | 3340 | ~150 | <50 | <020 | 1,910 | 33820
(508304 | jogors | 200 | =50 | <020 | 1910 | 3340 200 | <50 | <020 | 1910 | 3,820
BX250HBIUT | (o) | 250 | <30 | <015 | 1530 | 2,140 250 | =30 | <015 | 1530 | 2,450
Haniess sieel 300 | <30 | <045 | 1530 | 2,140 300 | <30 | <045 | 1530 | 2450
350 | <25 | <010 | 1,150 | 1,210 350 | <25 | <010 | 1,150 | 1,380
~150 | <50 | <0.20 570 | 1,000 | ~150 | <50 | <0.20 570 | 1,140
Fovas | e | 200 | =50 | <020 570 | 1,000 200 | <50 | <020 570 | 1,140
(i6Akay) | o[ 250 | =30 | <0.15 460 650 250 | <30 | <0.15 460 740
Titanium alloy 300 <30 | <0.15 460 650 300 <30 | <0.15 460 740
350 | <25 | <010 340 360 350 | <25 | <010 340 410

2 RELRE, ap: BIARDYNHAHARE, Ge: $EAMEMDYLAHRE, N : TEEEGRE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOFEEEIR

1) EECOVIHISRAF IS EARANES KOO —IBIEICINC THEEL ST L,

2) UUUDRELIBEE PAHFRE Z LEEHIEI) HEULTLREEV. HDVIFEREZ TIF TERLIEE L,

3) BHEHARRDHSF FT ARSI EZL UL REE VL RICNB KU VIZTIFTERLIZEE L,

4) I7—=70O—ICKWPIKTRREMBZITOTREE Vo FIC AIFEMCTOF v ET AN TIINI < TRUBISERLSZE 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 &p or Feed speed.

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

m 4) Use air blow.



IEE LY H ZPMT*-PLA; I5E3ERF T (FHEVIHISM

// DIJET

Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)
QAMTYIRA KPP IALTITSA X QAXPH QXP type (facemill type)

TER (mm) Tool dia.

wmus |27 63 /66
Work materials 2L K%L No. of teeth 8N
Grades ap Qe Vs
(mm) (mm) (mm) (min-) (mm/min)
o ~200 | =50 | <020 | 1,620 | 3,890
(S50C, $55C) 250 | <50 | <020 | 1620 | 3,890
EE250HBILT | CX75 — . :
Tarbon s | (Csots)| 800 | =80 | <045 | 1,300 | 2500
(C50, 55) 350 | =<3.0 | <015 | 1,300 | 2,500
Below 250HB 400 | <25 | <0.10 970 | 1,400
Tem ~200 | <50 | <020 | 1520 | 3,040
(SKD61, SKD11) 250 =50 <0.20 1,520 3,040
B gooHBIUT | eass| 800 | <30 | <045 | 1220 | 1950
(1.2344, 1.2379) 350 =3.0 <0.15 1,220 1,950
Hslon ZiilE 400 | <25 | <010 910 | 1,090
T T 2a0 | <00 | Toot | oo
PX5, 5 <5 . 5 ,
B30 30HRC | by | 300 | =30 | <045 | 1,220 | 1,950
(1.2311, P20) 350 | =30 | <015 | 1220 | 1,950
30-36HRC 400 | <25 | <010 910 | 1,090
I ae e mn a
B stIRC | syl 300 | <25 | <045 | 1,010 | 1620
(1.2311, P21) 350 =25 <0.15 1,010 1,620
g eliRG 400 | <20 | <010 760 910
] s am e
B 42-52HRC | DH102 == : : ‘
Hardened die steet | (Josots)| 800 | =25 | <0.15 850 | 1,090
(1.2344, 1.2379) 350 =25 <0.15 850 1,090
42-52HRC 400 | =15 | <010 640 610
ot |2 2w
o0 82HAC pHio2 | 300 | <20 | <042 | 730 700
(1.2344, 1.0379) 350 | <20 | <0.12 730 700
Sl 400 | <10 | <010 550 400
= o ~200 | <50 | <020 | 1,410 | 3,380
(FC, FCD) 250 | <50 | <020 | 1,410 | 3,380
EE300HBILT | JC8O15 — . .
Gre;-& Nodular cast ifOﬂ (DH102) 300 §30 <01 5 1 ,1 30 2,1 70
, 350 | =30 | <015 | 1130 | 2170
Below 300HB 400 | =25 | <010 850 | 1,220
. ~200 | <50 | <020 | 1520 | 3,040
Z@Lﬁéﬁiﬁm 108015 250 | <50 | <020 | 1520 | 3,040
Bx250HBLIT | | 300 | =30 | <045 | 1220 | 1950
Sl 350 | =30 | <045 | 1220 | 1,950
400 | <25 | <010 910 | 1,090
~200 | <50 | <0.20 450 900
FHVER | e 250 | <50 | <0.20 450 900
(T6A-4Y) | oo | 300 | =30 | <0.15 360 580
Titanium alloy 350 <30 <0.15 360 580
400 | <25 | <010 270 320

L RHURE, ap: ARDYIAAKARS, 8e: FEAMDENAARE, N : TEEEEE, Vi *)ERE

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

WER LOFEEEIR
1) EECOUIHISRAE . ERAIES KD —IBIECINC TRELEE W,

2) UUWHREUISEE NAH RS Z LEEBIELBEUTREV. 2 VIFEREZ T IFTERLEE L,

3) WHEINABDBE(E FTUHAHFREZEELLUTLKEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— &P TREMEZTH>OTRE W FHIC IIEMCTOFrETA NI TRV TRUBISEELSEE 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 &p or Feed speed.

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.



Ouick & Mini

New generation high feed mill

e

[RE{LEIFHAZPMT:-PLAZ AFE3ERF v T REVIHIS

Recommended cutting conditions for "ZPMT 3k -PL-type inserts” (For bottom face finishing)
QMY YIZAEI215—A\YF MQAXH + BE—@(EJ215—\vRRAZT—IVEEY v+ 77 —I\)

MaQX and MSN type

TER (mm) Tool dia.

wul it | FY7 16 /17 20 20/ 21
Work materials Mg KL No. of teeth 2N R No. of teeth 3N R4 No. of teeth 4N
Grades g ap 8e r f ap 8e f Vi 2 o ae f (i
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) | (mm) | (min7) |(mm/min)
LT ~80 | =0.20/6~14/ 3,600 | 1,080 | ~100]<0.20/ 8~18 | 2,900 | 1,310 [~100|=0.20] 8~18 | 2,900 | 1,740
BE250HBLITR | CX75 ~ ~ ~
E(arbonste?l (UChote)| 120 |<0.15/6~14 2700 | 650| 150 <0.15 8~18 2,200 790| 150 =<0.15 8~18| 2,200 1060
B0, Do 160 | <0.10/6~10| 1,800 | 360| 190|=0.108~12|1,500| 450| 190|=0.10/ 8~12 1,500 600
ot ~80 | <0.20/6~14] 3,200 | 960 |~100]=0.20/ 8~18 | 2,600 | 1,170 [~100|=0.20] 8~18 | 2,600 | 1,560
B BOo BT | 5| 120 |<0.15[6~14| 2400 580 150/=<0.158~18 2,000 720| 150/=<0.15 8~18|2,000 960
e A0 160 |<0.10/6~10| 1,600 | 320| 190/=0.10/8~12]1,300| 390| 190|=0.10/ 8~12|1,300| 520
PRI ~80 | <0.20/6~14/ 3,200 | 960 [~100]=0.20/ 8~18 | 2,600 | 1,170 [~100|=0.20] 8~18 | 2,600 | 1,560
B 30-36HRC | JC8015 N ~ ~
(LMoIdsteeI) oo | 120 <0.15/6~14 2,400 | 580 | 150/<0.15 8~18 2,000 720| 150 <015 8~18 2,000 960
12511, £20 160 | <0.10/6~10| 1,600 | 320| 190/=0.108~12|1,300| 390 | 190/=0.10| 8~12 1,300 520
ok ~80 | <0.20/6~14] 2,800 | 840 |~100]=0.20/ 8~18 | 2,240 | 1,010 [~100|=0.20] 8~18 | 2,240 | 1,340
i@ 38-43HRC | DH102 - - ~
Aot IRC | a0t | 120 |<0.15/6~142,100| 500| 150 <0.158~18 1,680 600 | 150/ <0.15 8~18| 1,680 800
RNy 160 |<0.10/6~10| 1,400 | 280| 190 =<0.10|8~12 1,120 340| 190|=0.10| 8~12|1,120| 450
BEANER ~ < ~ ~ < ~ ~ < ~
ol | 80 |<0.15 6~14 2,000 | 480 |~100|=0.15/8~18|1,600| 580|~100|=<0.15/ 8~18]1,600| 770
H(a;aene;jdiestegﬂ b | 120 |<0.10 6~14| 1,500 300 | 150/ <0.10 8~18| 1,200 360| 150 <0.10 8~18 1200 480
1o3ie 23 60| - | - | - - |19 - - - - |10 -] - -] -
BEANER . < Ao ~ < ~ A < ~
st horo 80 |<0.12/6~14| 1,400 | 280 |~100]=0.12| 8~18|1,100| 330|~100|=<0.12| 8~18]1,700| 440
H(aEened i DH102 | 120 |<0.10/6~14] 1,050 170| 150/=<0.10/8~18| 820| 200| 150/=0.10/8~18| 820| 260
R 60| - | - | - | =190 - | -] -] -1]190 -] -]-] -
& & ~80 | =0.20/6~14/ 3,600 | 1,300 | ~100]<0.20/ 8~18 | 2,900 | 1,570 [~100|=0.20] 8~18 | 2,900 | 2,090
& 300HBLLT | JC8015 - ~ ~
B IOOHBI T | e | 120 |<015/6~14/ 2700 | 810| 150 <0.15/8~18 | 2,200 990 150 <0.15 8~18 2,200 1,320
Bl 3608 160 | <0.10/6~10| 1,800 | 430| 190|=0.108~12|1,500| 540| 190|=0.10/ 8~12 1,500 720
Rz ~80 | <0.20/6~14| 3,200 | 960 [~100]=0.20/ 8~18 | 2,600 | 1,170 [~100|=0.20| 8~18 | 2,600 | 1,560
SUS304
@ 250HBLT | 108015 | 490 | <0 15/6~14| 2,400 | 580| 150|=0.15/8~18|2,000| 720| 150|=0.15 8~18|2,000| 960
Stainless steel (DH102)
Below 250HB 160 | <0.10/6~10| 1,600 | 320| 190/=0.10/8~12]1,300| 390| 190/=0.10/ 8~12|1,300| 520
o ~80 | <0.20/6~14] 1,000 240 |~100]/=<0.20 8~18| 800| 290 |~100/=0.20 8~18| 800| 380
7o B2 | 08015 - = <
woA-ay) | S30S | 120 |<0.15/6~14| 750| 160 150 <0.15/8~18| 600 200| 150 <0.15 8~13 600 260
Titanium allo
e ey 160 |<0.10[6~10| 500| 100| 190 =<0.10/8~12 400| 120| 190|=<0.10/8~12| 400| 160

L RHELRZE, ap: MIARDENAHRE, Ge: ¥EAMOYNAARE, n: TEEERRRE, Vi X)ERE

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

B{ERALDEEEIR

1) LEEDUIBISRMAE. BRAIES KT D —IBIMEICRU THERBLIZE WV,

2) U RELR

3) EREBNARRDEEE FTVPAFREZZLL LTV RICNB LV VIZTIFTERLIEE L,
4) I7—7O—ICKUPIKTIREMBZTOTREE W BT IFEMCTOF v ETANITTIFII<S FTREBITERLSEE 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 @p or Feed speed.

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.

O HAHREZE LEEBELVBEUTKEE V. HDVIEXVEREZ TFTERLIEE L,



/ADIJET@
EEE EFRAZPMT:+-PLR; IFEERTF YT REVIHISH
Recommended cutting conditions for "ZPMT*-PL-type inserts" (For bottom face finishing)

AMIYIZAEIAS5—=AYE " MAXH + BBE—E (Y15 —NvyRBAA—IVBEY+>27—/\) MQX and MSN type
TEfE (mm) Tool dia.

wua | TV 25/26
Work materials i K#L No. of teeth 4N X#L No. of teeth BN
Grades 7 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
LR ~120 | <020 | 9~23 | 2300 | 1380 | ~120 | <020 | 9~23 | 2300 | 1,720
B 250HBLIT | CX75 ~ -
LC(arbonstegeI uCsor| 190 | =045 | 9~23 | 1,700 820 190 | <015 | 9~23 | 1700 | 1,020
BouoD, B 235 | <010 | 9~15 | 1150 460 235 | <010 | 9~15 | 1150 580
TE5H ~ < ~ . < "
o) | 120 | <020 | 9~23 | 2000 | 1200 120 | <020 | 9~23 | 2000 | 1500
ﬁ?“%{;i‘{éﬁ“? WCsors| 190 | 015 | 9~23 | 1500 720 190 | =015 | 9~23 | 1500 900
1.2344, 12979 235 | <040 | 9~15 | 1,000 400 235 | <040 | 9~15 | 1,000 500
TJUN\—RE ~ < ~ ~ < ~
| - 120 | <020 | 9~23 | 2000 | 1,200 120 | <020 | 9~23 | 2000 | 1500
(LMold- S | o) 190 | <015 | 9~23 | 1,500 720 190 | <015 | 9~23 | 1,500 900
e aline 235 | <010 | 9~15 | 1,000 400 235 | <010 | 9~15 | 1,000 500
TUI\— R4 ~ < o " < ~
G| 120 | <020 | 9~23 | 1800 | 1,080 120 | <020 | 9~23 | 1800 | 1,350
(LMold S oot 190 | <015 | 9~23 | 1,350 650 190 | <015 | 9~23 | 1350 810
[e e 235 | <0410 | 9~15 900 360 235 | <010 | 9~15 900 450
S AL ~ < ~ ~ < ~
(K08 A i 120 | <015 | 9~23 | 1300 620 120 | <015 | 9~23 | 1,300 780
BB 42-52HRC | DH102 190 | <010 | 9~23 | 1,000 400 190 | <010 | 9~23 | 1,000 500

Hardened die steel |(JC8015)
(1.2344,1.2379)

42-52HRC 235 - - - - 235 - - _ _
S AU Ao < e . < ~
(k011 810, bo1y 120 | <012 | 9~23 900 360 120 | =012 | 9~23 900 450
B&55-62HRC | oo 190 | <010 | 9~23 680 220 190 | <010 | 9~23 680 270

Hardened die steel
(1.2344, 1.2379)

55-62HRC 235 - - - - 235 - - - -
) ~120 | <020 | 9~23 | 2300 | 1660 | ~120 | <020 | 9~23 | 2300 | 2,070
@ 300HBLLT | JC8015 _ ~
Grey@%m,ﬂrw?imn fogma | 190 | =015 | 9~23 | 1700 | 1020 190 | <015 | 9~23 | 1700 | 1280
peag, GGG 235 | <010 | 9~15 | 1150 550 235 | <010 | 9~15 | 1150 690
25 VL2 ~120 | <020 | 9~23 | 2000 | 1200 | ~120 | <020 | 9~23 | 2000 | 1500

(SUS304) JC8015

meosoHBLrT | S | 190 | <015 | o~23 | 1500 | 720 190 | <015 | 9~23 | 1500 900
Below 25018 235 | <010 | 9~15 | 1000 | 400 235 | <010 | 9~15 | 1,000 500
coven | o ~120 | <020 | 9~23 | 640 | 310 | ~120 | <020 | 9~23 | 640 380
oAy (@808 | 490 | <015 | o~23 | 480 | 210 190 | <015 | 9~23 | 480 260
Tanumaloy 235 | <010 | 9~15 | 320 130 235 | <010 | 9~15 | 320 160

2 RELEZ, ap: BIAROYHAHKRE, Ge: FEAEDEHAHFRE, N : TERERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LEEDUIHISAS . A S KO —JBIEICRUTRELIEE L,

2) UUUHREULGER BAGFRS Z LEEHMEXV DR TLREEV. HBVNFEDREZ FFTERLEE L.

3) BMEBATEDEEE. FTVPAHFREIEZLTLREEVRICNB KV VIZFFTERLEE L,

4) I7—70- LKW TREDEZTH>TREE W, FIC IIEMCTOFrET AN TIIIW S FTRRITERLEE 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 @p or Feed speed.

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.
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Ouick & Mini

e

New generation high feed mill

Recommended cutting conditions for "ZPMT:k-PL-type inserts” (For bottom face finishing)

QAMTYIZAEI2S5=AYE " MAXH + BE—®(EY15—NvREBEF—IVBEY+>27—I\) M0X and MSN type

TE& (mm) Tool dia.
wu s | TV 30/32/35 32/35
Work materials 2L F#L No. of teeth BN F#L No. of teeth BN
Grades 2 ap ae n Vi P ae / Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~160 | <020 | 11~28 | 1800 | 1350 | ~160 | <020 | 11~28 | 1800 | 1,620
EE250HBLITR | CX75 ~ ~
E(arbonste?l UChors)| 240 | =015 | 11~28 | 1350 810 240 | <015 | 11~28 | 1,350 970
B0, Do 200 | <0410 | 11~20 | 900 450 200 | <010 | 11~20 | 900 540
TE8 A < =~ ~ < .
s | 160 | <020 | 11~28 | 1,600 | 1,200 160 | <020 | 11~28 | 1,600 | 1,440
RQOONBT | Caots)| 240 | =05 | 11~28 | 1200 720 240 | =015 | 11~28 | 1,200 860
AR 200 | <010 | 11~20 | 800 400 200 | <010 | 11~20 | 800 480
TUJ)\— RS ~ < ~ ~ < ~
| 160 | <020 | 11~28 | 1,600 | 1,200 160 | <020 | 11~28 | 1,600 | 1440
(LMoltisteeI | iowio) 240 | <015 | 11~28 | 1,200 720 240 | <015 | 11~28 | 1,200 860
1.2511, £20 200 | <010 | 11~20 @ 800 400 200 | <010 | 11~20 | 800 480
TU\— R ~ = ~ ~ = ~
o 160 | <020 | 11~28 | 1,400 | 1,050 160 | <020 | 11~28 | 1,400 | 1,260
(‘_Mold Sl ucaote) 240 | <015 | 11~28 | 1,050 630 240 | <015 | 11~28 | 1,050 760
e 200 | <010 | 11~20 | 700 350 290 | <010 | 11~20 | 700 420
BEANER ~ < ~ ~ < ~
B i 160 | <020 | 11~28 | 1,000 600 160 | <020 | 11~28 | 1,000 720
H(%;gggigj i el ca0te) 240 | <015 | 11~28 750 380 240 | <015 | 11~28 750 450
"42-52HRC 290 - - - - 290 - - - -
BEANER A < ~ ~ < ~
o 3R 160 | <015 | 11~28 700 350 160 | <015 | 11~28 700 420
H(ﬁngd o s DH102 240 | <012 | 11~28 530 210 240 | <012 | 11~28 530 250
"55-62HRC 290 - - = = 290 - - _ _
R ~160 | =020 | 11~28 | 15800 | 1620 | ~160 | <020 | 11~28 | 1,800 | 1,940
fE 300HBLLT | JC8015 — =
e T | ooy | 240 | <015 | 11~28 | 1350 | 1010 240 | <015 | 11~28 | 1350 | 1,220
Belor) S00HB 200 | <010 | 11~20 900 540 200 | <010 | 11~20 900 650
RFLxm ~160 | <020 | 11~28 | 1600 | 1200 | ~160 | <020 | 11~28 | 1,600 | 1,440
SUS304
@ 250HBIUT (ngff’gg) 240 | <015 | 11~28 | 1,200 720 240 | <015 | 11~28 | 1,200 860
Stainless steel
Below 250HB 200 | <010 | 11~20 800 400 200 | <010 | 11~20 800 480
o ~160 | <020 | 11~28 500 300 | ~160 | <020 | 11~28 500 360
FIYEE | og015 - >
reearav) |01 240 | <045 | 11~28 380 210 240 | <015 | 11~28 380 250
Titanium allo
e ey 290 | <010 | 11~20 | 250 120 290 | <0410 | 11~20 | 250 150

0 RHELRZE, ap: MIARDENAHRE, Ge: $EABMDOYNAARE, n: TEEERRRE, Vi:X)ERE

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

W{ERALDOFEEEIR

1) LEEDUIBISRMAE RAIES LU D—IBIEICRU THERELIZE W,

2) CUCUDRELCSEEIF ANAFREZE LEEHMEBELIBELLTLREZEV HBVFE)REZ T IFTEALEE L,

3) BREBNRRDEEE FTVPAFREEZLL LTV RICNB LV VIZTIFTERLIEE L,

4) I7—70O—ICKUPIKTRREMBZTOTLREE W BT IFEMCTOF v ETANITTIFII<S FREBITERLSEE 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 @p or Feed speed.

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.



/ADIJET@
EEE EFRAZPMT:+-PLR; IFEERTF YT REVIHISH
Recommended cutting conditions for "ZPMT *-PL-type inseris" (For bottom face finishing)

AMIYIZAEIAS5—=AYE " MAXH + BBE—E (Y15 —NvyRBAA—IVBEY+>27—/\) MQX and MSN type
T EfE (mm) Tool dia.

wua | TV 40/42 0
Work materials i K%L No. of teeth BN X#L No. of teeth 7N
Grades 7 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(85,%_%?8‘%5%50) ~160 | =0.20 | 13~38 | 1,400 1,260 | ~160 | =020 | 13~38 | 1,400 1,470
B 250HBLIT | CX75 ~ -
%}(arbonstet)al UCsors)| 240 | =015 | 13~38 | 1,050 760 240 | <0.15 | 13~38 | 1,050 880
BouoD, Lol 200 | <010 | 13~24 | 700 420 200 | <010 | 13~24 | 700 490
TE5H ~ < v . < A
st | 160 | <020 | 13~38 | 1300 | 1,170 160 | <020 | 13~38 | 1300 | 1,360
ﬁf@%{;i’gguj‘ WCsors)| 240 | 015 | 13~38 | 980 710 240 | =015 | 13~38 | 980 820
1.2344, 12979 200 | <010 | 13~24 | 650 390 200 | <0410 | 13~24 | 650 450
TUN\— R ~ < ~ ~ < ~
e ] . 160 | <020 | 13~38 | 1300 | 1,170 160 | <020 | 13~38 | 1300 | 1,360
(“mm& Sl |00z 240 | <015 | 13~38 980 710 240 | <0.15 | 13~38 980 820
12931, Feo 290 | <010 | 13~24 650 390 290 | =010 | 13~24 650 450
i 160 | <020 | 13~38 | 1110 | 1,000 160 | <020 | 13~38 | 1110 | 1,160
(LMold S s 240 | <015 | 13~38 830 600 240 | <015 | 13~38 830 700
[ 290 | <010 | 13~24 560 340 200 | <0410 | 13~24 560 390
S AN ~ < ~ ~ < ~
e e 160 | <020 | 13~38 800 580 160 | <020 | 13~38 800 670
ig42-52HRC | DHI02 240 | <0.15 | 13~38 600 360 240 | <0.15 | 13~38 600 420

Hardened die steel |(JC8015)
(1.2344,1.2379)

42-52HRC 290 - - - - 290 - - - -
BEAN ~ < ~ ~ < ~
(k017 SL0:boty 160 | =0.15 | 13~38 560 340 160 | =0.15 | 13~38 560 390
BEE55-62HRC | piyypp 240 | =0.12 | 13~38 420 200 240 | =0.12 | 13~38 420 230

Hardened die steel
(1.2344, 1.2379)

55-62HRC 290 - - = = 290 - - - _
(g Féﬁg) ~160 | <020 | 13~38 | 1,400 1510 | ~160 | <020 | 13~38 | 1,400 1,760
@ 300HBILT | JC8O15 ~ ~
Greyc%Nodu,ama?mn {DH103) 240 | <015 | 13~38 | 1,050 950 240 | <015 | 13~38 | 1,050 1,100
peaa, GGS) 200 | <0410 | 13~24 | 700 500 200 | <010 | 13~24 | 700 590
25 URE ~160 | <020 | 13~38 | 1,300 1,170 | ~160 | <020 | 13~38 | 1,300 1,360

(SUS304) JC8015

meos0HBLrT |08 | 240 | <015 | 13~38 | o0 | 710 240 | <015 | 13~38 | 980 | 820
Below 250115 200 | =010 | 13~24 | 650 | 390 290 | <010 | 13~24 | 650 | 450
coven | o ~160 | <020 | 13~38 | 400 | 290 | ~160 | <020 | 13~38 | 400 | 340
mooaay) | K801 240 | <045 | 13~38 | 300 | 200 240 | <015 | 13~38 | 300 | 230
amum oy 200 | <010 | 13~24 | 200 120 290 | <010 | 13~24 200 140

2 RELEZ, ap: BIAROYHAHKRE, Ge: FEAEDEHAHFRE, N : TERERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LEEDUIHISAS . A S KO —JBIEICRUTRELIEE L,

2) UUUHREULGER BAGFRS Z LEEHMEXV DR TLREEV. HBVNFEDREZ FFTERLEE L.

3) BMEBATEDEEE. FTVPAHFREIEZLTLREEVRICNB KV VIZFFTERLEE L,

4) I7—70- LKW TREDEZTH>TREE W, FIC IIEMCTOFrET AN TIIIW S FTRRITERLEE 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 @p or Feed speed.

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.
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[REftEIFHAZPMT:-PLAZ AFE3RF v T REVIHIS

Recommended cutting conditions for "ZPMT:-PL-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

TE& (mm) Tool dia.
w72 40
Work materials (2L HE No. of teeth BN HE No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap de [ f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | =020 | 13~38 | 1,400 | 1260 | ~150 | =0.20 | 13~38 | 1,400 | 1,470
(gsoc sas) || 200 | =05 | 13~38 | 1,050 760 200 | =0.45 | 13~38 1,050 880
b aet ™| uChots)| 250 | =040 | 13~38 | 1,050 760 250 | =010 | 13~38 | 1,050 830
(€50, C55) 300 | =010 | 13~24 700 420 300 | =010 | 13~24 | 700 490
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tem ~150 | =020 | 13~38 | 1,300 | 1,70 | ~150 | =020 | 13~38 | 1,300 | 12360
(SKD6T SKD11) 200 | =015 | 13~38 | 980 710 200 | =015 | 13~38 | 980 820
REGOOHBIT | Choss)| 250 | =040 | 13~38 | 980 | 710 | 250 | <010 | 13~38 | 980 | 820
(1.2344,1.2379) 300 | =010 | 13~24 | 650 390 300 | =010 | 13~24 | 650 450
Below 255HB 350 _ _ _ _ 350 _ _ _ _
SUN— RV ~150 | =020 | 13~38 | 1,300 | 1,470 | ~150 | <020 | 13~38 | 1,300 | 1,360
(HPMI7, PX5, P20) 200 | =015 | 13~38 | 980 710 200 | =015 | 13~38 | 980 820
B a0HRC | Tty | 250 | <010 | 13~38 | 980 | 710 250 | <010 | 13~38 | 980 | 820
(12311, P20) 300 | =010 | 13~24 | 650 390 300 | =010 | 13~24 | 650 450
30-36HRC 350 _ _ _ _ 350 _ _ _ _
U N— FvE ~150 | =020 | 13~38 | 1,110 | 1,000 | ~150 | =020 | 13~38 | 1,10 | 1,160
wiaeo vewtpa)| 200 | <05 | 13~38 | 30 600 200 | =045 | 13~38 | 830 700
B s | Joaoie)|__ 250 | =0.10 | 13~38 | 830 600 250 | =0.10 | 13~38 | 830 700
(12311, P21) 300 | <010 | 13~24 | 560 340 300 | =010 | 13~24 | 560 390
38-43HRC 350 _ _ _ _ 350 _ _ _ _
oy ~150 | =020 | 13~38 | 800 580 | ~150 | =020 | 13~38 | 800 670
(SKDGT, DAC. DHA) 200 | =045 | 13~38 600 360 200 | =045 | 13~38 600 420
e G | Mot 250 | =040 | 13~38 | 600 | 360 250 | =010 | 13~38 | 600 | 420
(1.2344, 1.9379) 300 | =010 | 13~24 400 190 300 | =010 | 13~24 | 400 220
42-52HRC 350 — — — — 350 _ _ _ _
pr—— ~150 | =015 | 13~38 | 560 340 | ~150 | =<0.15 | 13~38 | 560 390
(sK011, LD, DG11) 200 | =012 | 13~38 | 420 200 200 | =012 | 13~38 | 420 230
oo BEHAC | D102 | 250 | =<0.10 | 13~38 | 420 200 250 | =010 | 13~38 | 420 230
(1.2344, 1.2379) 300 | =010 | 13~24 | 280 100 300 | =010 | 13~24 | 280 120
55-62HRC 350 _ _ _ _ 350 _ _ _ _
. ~150 | =020 | 13~38 | 1,400 | 1510 | ~150 | <020 | 13~38 | 1,400 | 1,760
(FC, FCD) 200 | =045 | 13~38 1,050 950 200 | =015 | 13~38 | 1,050 | 1,100
B B | )| 250 | <040 | 13~38 | 1,050 | 950 250 | =010 | 13~38 | 1050 | 1,100
, 300 | =010 | 13~24 | 700 500 300 | =010 | 13~24 | 700 590
Below 300HB 350 _ _ _ _ 350 _ _ _ _
I ~150 | =020 | 13~38 | 1,300 | 1,170 | ~150 | =<0.20 | 13~38 | 1,300 | 1,360
(505300 | jcaors | 200 | =0.15 | 13~38 | 980 710 200 | =045 | 13~38 | 980 820
BE250HBLLT | (pjop) | 260 | <010 | 13~38 | 980 710 250 | =010 | 13~38 | 980 820
ainless stee
Slainless steo 300 | =010 | 13~24 | 650 390 300 | =010 | 13~24 | 650 450
350 = = - = 350 - - - -
~150 | =020 | 13~38 | 400 290 | ~150 | =020 | 13~38 | 400 340
Fovas | s | 200 | =015 | 13~88 | 300 200 200 | =015 | 13~38 | 300 230
(TioA-aV) | e [ 250 | <0410 | 13~38 | 300 200 250 | =010 | 13~38 | 300 230
Titanium alloy 300 | =0.10 | 13~24 200 120 300 | =0.10 | 13~24 200 140
350 - = = - 350 - - - -

2 RELRE, ap: BiARDYNHAHRE, Ge: FEABMDYLAZRE, N : TEEERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDFEEEIE

1) EECOVIHISRAF S EARAIES KOO —IBIEICINC THEEL T L,

2) UUWDRELUBEE PAHFRE Z LEEHIER) HEULTLREEV. HDVIFEVREZ TIF TERALIEE L,

3) BHEHARDHSF FTHAHFREIZEZL UK REE VL RICNB KU VIZTIFTERLIZEE L,

4) I7—70—ICKUPIIKTRREMBZITOTEE Ve BT AIFEMCTOF v ETA NI TR TRURISERLZS 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 @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4)

m Use air blow.



// DIJET

[RE{LLIFHZPMT*-PLA; I5E3EIRF T (FHEVIHISM

Recommended cutting conditions for "ZPMT *-PL-type inseris" (For bottom face finishing)
QAMIYIRA RTPIALTITSA R QAXPR QXP type (facemill type)

TE%& (mm) Tool dia.
wmaa | TV 50 5052

Work materials Mg X#L No. of teeth 7N X# No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe , £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~150 | =020 | 16~48 | 1150 | 1210 | ~150 | =0.20 | 16~48 | 1,50 | 1,380
(068580 | 200 | <020 | 16~48 | 1,150 | 1,210 200 | <020 | 16~48 | 1,150 | 1,380
b aet ™| uChors)| 250 | =045 | 16~48 | 860 720 250 | =015 | 16~48 | 860 820
(C50, C55) 300 | =<0.15 | 16~48 860 720 300 | <0.15 | 16~48 860 820
Below 250HB 350 | =010 | 16~30 530 410 350 | =010 | 16~30 530 460
TEE ~150 | =020 | 16~48 | 1,020 | 1,070 | ~150 | =020 | 16~48 | 1,020 | 1,220
(SKO67, SKD11) 200 | <020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1,220
REBOOHBMT | Chor| 250 | =015 | 16~48 | 770 | 650 | 250 | =045 | 16~48 | 770 | 740
(1.2344, 1.2379) 300 | =0.15 | 16~48 770 650 300 | <0.15 | 16~48 770 740
Bl A 350 | =<0.10 | 16~30 510 360 350 | =<0.10 | 16~30 510 410
SU\— kg ~150 | =020 | 16~48 | 1,020 | 1,070 | ~150 | =020 | 16~48 | 1,020 | 1,220
(HPM7, PX5, P20) 200 | <020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1,220
B 30HRC | Dy | 250 | <015 | 16~48 | 770 | 650 250 | =015 | 16~48 | 770 740
(12311, P20) 300 | =<0.15 | 16~48 770 650 300 | =<0.15 | 16~48 770 740
30-36HRC 350 | =<0.10 | 16~30 510 360 350 | =<0.10 | 16~30 510 410
U= RV ~150 | =020 | 16~48 890 930 | ~150 | =<0.20 | 16~48 890 | 1,070
(D HewE2D) 200 | <020 | 16~48 890 930 200 | <020 | 16~48 890 | 1,070
B s C | JCaoig)|__ 250 | =0.15 | 16~48 | 670 560 250 | =<0.15 | 16~48 | 670 640
(12311, P21) 300 | <0.15 | 16~48 670 560 300 | =<0.15 | 16~48 670 640
SRR 350 | <010 | 16~30 450 320 350 | <010 | 16~30 450 360
5N ~150 | <020 | 16~48 640 540 | ~150 | =020 | 16~48 640 610
(SKD61 DAC, DHA) 200 | <020 | 16~48 640 540 200 | <020 | 16~48 640 610
evdonot e sae u%?o%%) 250 | <0.15 | 16~48 480 340 250 | <0.15 | 16~48 480 380
(1.2344, 1.2379) 300 | <0.15 | 16~48 480 340 300 | =<0.15 | 16~48 480 380
42-52HRC 350 | <010 | 16~30 320 180 350 | <010 | 16~30 320 200
P ~150 | =<0.15 | 16~48 450 320 | ~150 | =<0.15 | 16~48 450 360
(5K017.SLD, DC11) 200 | =<0.15 | 16~48 450 320 200 | =<0.15 | 16~48 450 360
CooB2HAC | pHin2 | 250 | =012 | 16~48 340 190 250 | <012 | 16~48 340 220
(1.2344, 1.2379) 300 | =<0.12 | 16~48 340 190 300 | <0.12 | 16~48 340 220
29 AT 350 | =<0.10 | 16~30 220 90 350 | =<0.10 | 16~30 220 100
= o ~150 | =020 | 16~48 | 1,150 | 1,450 | ~150 | =<0.20 | 16~48 | 1,150 | 1,660
(FC, FCD) 200 | <020 | 16~48 | 1,150 | 1,450 200 | <020 | 16~48 | 1,150 | 1,660
B oM T | )| 250 | <015 | 16~48 | 860 900 250 | =0.15 | 16~48 | 860 | 1,030
(GG, GGG) 300 | <0.15 | 16~48 860 900 300 | <0.15 | 16~48 860 | 1,030
Below 300HB 350 | <010 | 16~30 580 490 350 | <010 | 16~30 580 560
I ~150 | =020 | 16~48 | 1,020 | 1,070 | ~150 | <020 | 16~48 | 1,020 | 1,220
(505300 | Joagrs | 200 | =020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1,220
B 250HBLLF | (0 on [ 250 | <015 | 16~48 770 650 250 | =<0.15 | 16~48 770 740
Haniess sieel 300 | <045 | 16~48 | 770 650 300 | <045 | 16~48 | 770 740
350 | =<0.10 | 16~30 510 360 350 | =<0.10 | 16~30 510 410
~150 | =<0.20 | 16~48 320 270 | ~150 | <020 | 16~48 320 310
Foves | o | 200 | 020 | 16~48 320 270 200 | <020 | 16~48 320 310
(i6AR4) | o[ 250 | =045 | 16~48 240 180 250 | <0.15 | 16~48 240 210
Titanium alloy 300 | =<0.15 | 16~48 240 180 300 | =015 | 16~48 240 210
350 | =0.10 | 16~30 160 130 350 | =<0.10 | 16~30 160 150

2 RELRE, ap: BiARDOYHAHRE, Ge: FEABDELAZRE, n: TEREERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LOFEEIR
1) LEEDLIHISES . ERRAIMES KOD— IR U TRELIEE L,

2) UUWHREUISEE AR TS Z LEEBIEXIBHEUTREV. 2 VFEVREZ T IFTERLEE L,

3) WHEINABDBE (& FTUHAHFREZELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 O— KWWK TREMBEZTH>TRE W HIC IIEMCTOFvETA NI TR FTRURISEELSZE W,

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 &p or Feed speed.

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.



Ouick & Mini

New generation high feed mill

e

[REft EIFHAZPMT:-PLAZ AFE3RF v T REVIHIS

Recommended cutting conditions for "ZPMT:k-PL-type inserts” (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPH QXP type (facemill type)

TE®Z (mm) Tool dia.
was | TV 6366
Work materials g F#L No. of teeth 8N
Grades 2 ap ae r Vi
(mm) (mm) (mm) (min-) (mm/min)
e e | 2o | T a0 o0
B250HBIT| OX75 =" =~ :
(C50, C55) 350 | <015 | 23~61 680 650
Below 250HB 400 | =010 | 23~38 | 460 370
Tem ~200 | <020 | 23~61 810 970
(SKD61. SKD11) 250 | =020 | 23~61 810 970
REBOOHBNT | Gt 300 | <015 | 23~61 | 610 590
(1.2344, 1.9379) 350 | <015 | 23~61 610 590
A 23018 400 | =010 | 23~38 | 410 330
T S T 200 Toa T o0 T o9
 PX5, 5 <0. ~ 7
B30 30HRC | B | 300 | =015 | 23~61 | 610 590
(1.2311, P20) 350 | =015 | 23~61 610 590
S0-36HRC 400 | <010 | 23~38 | 410 330
pupi) S
B AStIRC | Josor)| 300 | =0.45 | 23~61 | 530 510
(1.2311, P21) 350 | <015 | 23~61 530 510
S6543RG 400 | =010 | 23~38 | 360 290
i P Embrale [
fx42-59HRC | DH102 =" =~
Hardencd tie stee! | (Jcsots)| 300 | =015 | 23~61 380 300
(1.2344, 1.0379) 350 | <015 | 23~61 380 300
42-52HRC 400 | =010 | 23~38 | 260 170
oA e T =oa | o a0 om0
o0 B2HAC | pHio2 | 300 | <012 | 23~61 | 260 170
(1.2344, 1.2379) 350 =012 | 23~61 260 170
Al 400 | =010 | 23~38 | 180 90
= o ~200 | <020 | 23~61 910 1,310
(FC, FCD) 250 | <020 | 23~61 910 1,310
E300HBILT | JC8O15 — ’
Gre?& Nodular castiron | (DH102) 300 =015 | 23~61 680 820
, 350 | <015 | 23~61 680 820
Below 300HB 400 | =010 | 23~38 | 460 440
. ~200 | <020 | 23~61 810 970
A58 | oot | 290 | =020 | 25~61 | 810 970
S 250HBLLT | (o) | 800 | <0.15 | 23~61 610 590
Stainless steel 350 | =015 | 23~61 610 590
Below 250HB ==
400 | =010 | 23~38 | 410 330
~200 | <020 | 23~61 250 240
FHVER | e 250 | =020 | 23~61 250 240
(Ti-6AI-4V) (DH102) 300 =0.15 | 23~61 190 170
Titanium alloy 350 | =<0.15 | 23~61 190 170
400 | <010 | 23~38 | 130 110

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

BER EDOFEEEIR

1) EECOVIHISRAF IS EARANES KOO —IBIEICINC THEEL ST L,

2) UUUDRELIBEE PAHFRE Z LEEHIEI) HEULTLREEV. HDVIFEREZ TIF TERLIEE L,

3) BHEHARRDHSF FT ARSI EZL UL REE VL RICNB KU VIZTIFTERLIZEE L,

4) I7—=70O—ICKWPIKTRREMBZITOTREE Vo FIC AIFEMCTOF v ET AN TIINI < TRUBISERLSZE 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 &p or Feed speed.

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

m 4) Use air blow.



