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Tuff Modular Head System

Wi = Features
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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.

Mt ICEBN /R + REOGNLEIC XY, REBES65HRCL EEFEEH DRERIES TR T, A
AMB IO TEERZRERMILRLE30% U L7 v, BEBIITREICORAIZRIELE T,
G_ Bod TSI UL TOBERE. BOREEHTZHREBIFT,
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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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 ElI4F 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

[EER 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® L (Ve=80m/min) =& iE (Ve=150m/min)
| AF =)V 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

4 B i .] i ]_AH w l"ﬁ‘l' Z:SOQ';:,,‘ i “. I |Wl1] |

0.02sec

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

INTEEZ= Actual step: 0.300—0.3p5mm 0.02sec | BNTE& Actual step: 0.300—0.305mm
Yy 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-+
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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Attention

ATI1S5S—A\YREDHFEFD; = Attention to mounting head and MSN / MGN shank holder

EJA5—AY RFSDITFFIE Tightening procedure

At

Cleaning

{RiEsH

Initial Tightening

- FIvo
Final Tightening

EIAS—AYR A —IVBEI VT
7—NIMRE—#&) (BULERAF—IL
27—\ [TAEG-Body)) DffE
Bz TP —ICTERSIEE L,

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

FHOICT. B2 —NYRIFEEE
F—IVBEY v I 7 — /N[ TEE—#
BHLKBERF =LY+ TI7—IN[TBE
G-Body)) imEN H2F ClRfEDHL
TLIEEL,

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

ML 37bO— LRI BULIFEA
ANF(DSIA D) ICT RENLIET
o<W EOMEE BAMDLTIEE L,
BN RN EZHER<IEE L,

Tighten slowly with torque control span-
ner wrench or DIJET DS type spanner

wrench and confirm that there is no gap.

CHRFED B FICREICIRRAD S DRETHARFHDT DL QUEKDIRETT DREEENHDT T,

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

A\EEEIE NOTE

1.

BS~YREISY Except for S-Head

. ANFF DA IFAEICD > EQERS B THAMHLIEE L,

ZANFFEMLZa0O—ILRINF B ULIFERR/NF (DST A )
ZASERLIEE L,

(ML O—)LRNFERDZSE ATV IEZESIRLIEEW)

Only use the torque control spanner wrench or DIJET DS type

spanner wrench.

NMULZ3ar kO—LRINF
Torque control spanner wrench

S
-

ERARNF (DSI1Y)
Spanner wrench (DS type)
Please turn the spanner wrench slowly during use.

. BEVAS—AYREF —VBEY v I 7 — N TEE—#] (B ULKBERF =L+ T 7 —/N[TBEG-Body ) D

IREZZES T REN RV EZERLIZE L,

Please confirm that there is no gap.
BSAYR S-Head

RUYAX| @Ry Ll RUTAR| Ly | SOYESUSAR | SR
Thread | Tightening torque | gpanner size except for S-Head Thread | Tightening torque | g 2nner size of S-Head | Cat No. of spanner wrench DS type
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 17,19 M16 20~25N-'m 27 DS-27
M16 25N m 22, 26

A ANFIREIT 25 —AYRFEICIFRBLTBUF R Ao BEEBRDHIEE L,

2. ML 30— )LANTEEDEE €Y 15 —AvROZHEHE (WE) 8&OCTHEZU T THEEIEETV (EEI 25— AYRTERR—IBR),
(ANF[CFOTREHEEDNUELRBBENHIET )
3. ZEBW=8B K12 (XEIBER) DEI1S5—AYRICDEFLTH. FRHR/NFDS-8BULLIFDS-122HELTHUET,

Note) 1. Modular heads are supplied without spanner wrench.

2. In case of choosing torque control spanner wrench, confirm that the wrench size is match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)

3. ¥r mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.
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Modular Heads
| EYaS5—AyRERED;EEEE LU

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

NED16BDEI 15 —AYREFERT SIESE. AESY Tmm EEEOHVWEE—RZEEL TS,
IV FTDHFHAFHITEKY . BE—BH IS T DEENHIET
In case of using modular head over ¢16mm,

please select MSN carbide shank that diameter (¢ 01) is Tmm or more smaller than modular head (¢ Dc).
A wrong selection causes the carbide shank damage.

¢Dc—dD1=1mm TEE

J

JUFP S5 R0.5mmBl EHE

Clearance necessary
more than 0.5mm

TEE—ROE=R:
MSN carbide shank
neck diameter

dD1

\

PN T ZRET DD ISV NI 77 0—-0
ERAZHERELE T,
Coolant or air blow is recommended to remove the chips.

EIAS5—AYROHAR: ¢Dc
Modular head cutting diameter

T EFNIR(ES—RK—=IL. 25—5I7 AEFERE) (3. V< T DD FHAHICLBITEDDEEFHIFEB Ao
(ZU7S5VZ20.5mmUTCHRESVFEE Ao)

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 REZDHHRIVIADIDFIFIFD;EE  Caution for the mounting to shrink fit holder.

F—IVBEY v I 7 — N [TRE—# EEI 25— ANYRZERERLHNILY TERT BEE. EV 15— AvRZR>F T LT, [THE—&] DH
ZREEEHUTERIF TSV AYROERFFF REFDEICITOTIREL,

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.

) AYREFFTEFFREFHEITSIENAYRDF U IHIFTNICLLRDTENBIET
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

FyIEBbHFBEIC. Fy FlHBENTOIBEMERHLE L FyTIEFyTELCRECE & FyInmRicBRENTe [} BFEEFv TS
JBE\TPI7—JO0—CAE | A(MOL)ZFvIo5YT | SREHS.ERLTLEEL., || ZRRL.IS5VTRRxYE || Tl ., AT
?E_l;‘wb<?;%§ﬂfafgt§ FILBMLTL R, mnng;;a{_?’;tﬁ—mw @gﬁ%’@“ﬁﬁ“ﬁiﬁ?’ VITRIEFHDIALT.
EEVEDE.FY D Pl d the attached FHULLB. FBENTLBL Bl%. TR TILKT W EESICE
FBEU/(UBHEINFIY | Moly coat on the clamp | YFEBALTFYIISYT | ©6.0BHBLEHFTFyIOR a:{“zﬁ’“gl“.ibt
FUTLrEEL, screw. RIBHDIARTEE L, BIATRETT ) <IEELY,

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.

|
FyIEBERUTIEEL,
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 3.6 N-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

BRHURE (L/D) EtNiAHFEE (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) OLLES 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 | E&b517¥25— £J15—Avy~ WIS

TYPE I—52 RJUTE Through coolanthole

eI 59~ 62~ —

MD '—
/
B 8 FEHY 7Ry ML

— |7
EHENT AUAJVIIT

~ & (mm) Dimensions IR S Parts
MRFvT o R _FE _

o = | % Applicable inserts gajmjpiﬁx 73;%%; h vljr;z;

Cat. No. Stock l'r\]‘ger(;fs oDc| Lf |¢Db|MD| C | W N & s
mg:gg:gm: : ; 1 s 23 |15 M8 | 8 12 | WO*#04... [TSW-2556H - A-08SD
MSH-2020-M10 [ 2 20
MSH-2021-M10 [ J 2 21 30 |19 M10| 9 14 | WD=*305... |DSW-306H — A-10
MSH-2022-M10 [ J 2 22
MSH-2025-M12 o 2 25
MSH-2026-M12 o 2 26 | 35 |23.6 | M12 |10 17 | WD=*:06... |CSW-408H | DCM-18 | A-15
MSH-2028-M12 ><| @ 2 28
MSH-2030-M16 o 2 30 12 WD3%06... {CSW-408H | DCM-18 | A-15
MSH-2032-M16 (] 2 32 WD3#08... |DSW-4510H| DCM-17 | A-20SD
MSH-3032-M16 (] 3 32 WD*306... |CSW-408H | DCM-18 | A-15
MSH-2033-M16 [ J 2 33 | 43 |29 M16 125 22 | WD#*=*08... [DSW-4510H| DCM-17 | A-20SD
MSH-3033-M16 [ 3 33 ) WD3%06... {CSW-408H | DCM-18 | A-15
MSH-2035-M16 o 2 35 WD*308... |DSW-4510H| DCM-17 | A-20SD
MSH-3035-M16 o 3 35 WD3%06... [CSW-408H | DCM-18 | A-15

) 1. RIS CFVTFHEFAATHIE R Ao BERBRDLIZE V), 2. EV 15—y ROHEEFHFFNLIEP.6ZTSIBLIETW, 3. #EIOFEBRIGRT 1 TIEHUEE Ao
4. 9 TII SV THIES A TERRICEF Y TRISIIEEZH T TSRSV, (P.788)
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 =D Lo &K Dkt LN S Modular head MSH type ZH AT Fine pitch type

TYPE I—52 RJUTE Through coolant hole T AV B2~57R—v YIRS E,‘,‘,t,t(i,?t?on 59~62~—v

S [T
/ EEHIY Aoy IT HAEAIT ’\Uhlbhﬂé

::_"""-"' o e ::::::::ﬁ] § 552 TaURE | BRMLI(N-m
L) Tsw-pzssau I 0.9 -
DSW-306H 18
CSW-408H 3.6
DSW-4510H 6.0
< & (mm) Dimensions 3(\]‘555‘“/7 Jn:B on Parts
. : ] 5 7R0U LF
E & TR N Applicabls inserts CI?mpscrew Wr;mh
Cat. No. Stock |:\1I§e£fs oDc| Lf |¢Db| MD| C | W ‘
2\ & /\ /
MSH-3020-M10 o 3 20 30 |19 M10 9 14
MSH-3021-M10 [ ) 21 30 |19 M10 9 14 WO *04... TSW-2556H A-08SD
MSH-3022-M10 [ 3 22 30 | 20 M10 9 14
MSH-3025-M12 [ 3 25 35 [23.6 | M12| 10 17
MSH-3026-M12 o 3 26 35 [23.6 | M12| 10 17
MSH-3028-M12 [ 3 28 | 35 |23.6 | M12| 10 | 17
%k - -
MSH-3030-M16 | ® | 3 | 30 | 43 |20 |Mi6 12 | 22 | 0@ 0% | DSW30H A0
MSH-4032-M16 o 4 32 43 | 29 Mi16 | 12 22
MSH-5040-M16 [ 5 40 43 | 32 M16 | 14 26

) RV ICFYFRIHEHFAALTHIEFR Ao BIESROHLIEET W, 2. EVIAS—AYROHERFHTIFTNLIIFP.6ZTSTBLIEE L,
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.

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

Fig.2 —~—
9 ,/ ] =
& 1 @
B -
‘ T ® | A T %/
M~ Fig.5 A ~——
I (O i
% JJ//ﬁ S ]
N o BE
MMEAEZEMHICEND T A T
#PVDIO—F 4751 (JC7560)
S o PVDO—F 44 CVDI—F+4V5
B = = X & (mm) Dimensions PUD coated OVD coated
. | CD
Cat. No. folerancel A1 T | B | re | 8° |Jc7560|JC8015]JC8050 | JC5015|JC5040|JC5118 JC600 |JCT30U
WOMWO04T215ZER 6.5/28 | 0.8 | 1.5 | 13 | @Figt | @Fig! | @ Fig @Fig2 | @Fig
WDMWO050316ZER 8 32 |1 16 | 15 @ Fig4 @ Fig3
WDMWO050316ZTR 8 |32 |1 16 | 15 | @Fio1 | @Fig1 | @ Figl @Fig2 | @ Fig
WDMWO06T320ZER M [10 |397| 12 | 2 15 @ Fig4 @ Fig.3
WDMWO06T320ZTR 10 (397112 | 2 15 | @Fig! | @Figl | @ Figl @Fig2 | @ Fig
WDMWO080520ZER 13 |55 |15 |2 15 @ Fig4 @ i3
WDMWO080520ZTR 13 |55 |15 | 2 15 | @Figs | @Fig.5 | @ Fig5 @Fig6 | @ Fig5
WDHWO050316ZTR 8 32 |1 16 | 15 OFig1 | OFig.2
WDHWO06T320ZTR H [10 397|122 15 OFigl | OFig2
WDHW080520ZTR 13 |55 [ 15| 2 15 OFig1 | OFig2

15 —210fEA)TT, 10 inserts per case.

S0 PE AV o9l Insert (with chipbreaker)
TYPE

PVDI—F41V7o
PVD coated

MEEEMEICEND
¥PVDI—5 2T +478(JC7560)

N7

ﬁ2 % *EE T_I' /f (mm) Dimensions PVE\/:[I):(;}gdya CVE)\%_C(?;{&;J .

cie Teancel A | T | B | re | & J(%O JC8015|JC8050 | JC5015|JC5040|JC5118| JC600 |JCT30U
WOMT04T215ZER 6.5/28 | 0.8 | 15| 13 | @Fig9 | @Fio.7 | @Fig9 @®Fig7
WDMT050316ZER M 8 [32 |1 1.6 | 15 | @Fios | @Fig7 | @Fig8 ®Fig7
WDMTO06T320ZER 10 |897/12 2 15 | @Figs | @Fio7 | @Fig.8 @ Fig.7
WDMT080520ZER 13 |55 | 152 | 15 | @fss | @ro7 | @Fos @7 | Ofe7 | OFis

15 —Z10fBA)TT, 10 inserts per case.

{

® | X—AH—7EEEm Standard stock items

O : JEETEEmR Soon to be stocked

O:

EEDELIEDREFEE Soon to be deleted
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@ [ aMzvs2EIaS-AvE  [GIEoa Y

W8 "QM MAX" New generation high feed mill MQX type

m Features

G BEO3RTRAREE UERRT T v 7 GIEIERER S 25%ER) T, dp=1.0mmTOM L HTEERE
BN TATE, %= 1.7mmElE QI TES LBV THEYEIER - BHBEI L E . T 5ENTTH
Kikin B

Low cutting Adopted unique 3D geometry inserts with low cutting force (25% lower than conventional tool), QM MAX achieved
force 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.

gf” ZSIAERICKIVEEVINIIHOEE T IV THHE144cc/min(032€E V215 —9 1 FERAE) ZXIR,
x:lé;f?[!gﬂg: Multi blades specification achieved Q=144cc/min.
?EEJ? J— ) EVAS—AYRMQXHAERLR. BRI RICEBN A —IVEBEY v I 7 — N [TBE—#& ZHI# ShtE s
ZEILEKN . VUL SRR EF v T OREHILZERIR,
Vibration “QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control the vibration
free by the combination of MSN carbide shank holder.

FwTINUI =<3/ Inserts variation

RILIDHETENFTERY +RBRIVIIIHTIEE! SSIC. 851V FvTDIS5—Fv T YPHWHIER
[C&W. ZAERICKZFERN OFSEELEHR - AlEt LFITZRR.

[=3e3s):: - =iEb AR SesE bRz =
II?gh feed insert #IA-F12oHE Plﬁ;]h feed insert for uniavu:axble condition MI-F12oHE

{JC7560)1%H (JC7560)%FH

,__:.. /,-——-. . A :'

EPMT100312ZER  EPMT100312ZER EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

JBHIDA shoulder insert EEEEM BAI\—RFvT EE - fiEt EIFB LU
@ ngh hardened steel %ﬁﬁbﬂlﬁ~7—§w7
J—FR2 B e
947@1]" -
'

ZPMT1003...ZER(I—3 R0.4, 0.8, 2.0)
EBEODIZL0.03mmELT

P EPHW100316ZTR
Hocoms Wit oo b e dlt ves true 90 YPHW1003...ZER. .

FyIHECIECARENEL — KA SHEEM. 75 U E% - MASEEOREIM E THINTEERPVDI—7 1 Y I #HHE(JC5118)
BRIV HELIRICREEPVDI—7 « T #4758 (JC8050) . & SITTi RIB M P MEEEE N RO SNBITISHL. KW—EDRSE
ZRIRY BHFPVDI—T I MiE<IC7560>%HFA.

Fle . =S—FYFYPHWRICE —RZEH'S TUN— RV HE TE50HRCA T OEM I TICRE L TES M ZRIET 5PVDI—FT 1
J#1&E(JC8015) . REEM - BRI IEIFPVDI—F 1 VI MIEIC6102) BLUP—XYNCX75) &5 1 VFv T,

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 adopted PVD coated grade “JC8015” that showed stable performance in raw material up to 50HRC, PVD
coated grade “JC6102” for high speed machining in high hardened material, and cermet “CX75”.
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7))=[li: 31 Cutting performance

Tool life comparison

[ 64m(NG) 224m(NG)
QM384miERL

QM max achieved 384m.

#EHI# Material:
7 N\—R>4 (NAKSO, 40HRC) P21, 40HRC
{ERF v~ Insert No::
EPMT100312ZER (JC8050)
YJHIZ4F Cutting conditions:
De=32mm, Ve=120.6m/min (/1=1,200min"),
f=3mm/rev (V/f=3,600mm/min) (644X 6N),
dp=0.6mm, de=19mm, Q=41cc/min
B TRX Overhung length: £=100mm
J2HIY) Shoulder cutting, 477> Down cut,
& (T7—78—) Dry (Air blow)

288m (jt#irl)

(Still able to continue)

- QMY YI X QM MAX
—— Azt Competitor A
—@- Ftt Competitor F

BAHKISFEEFEE (mm) Max flank wear

128 192 256 320
tJEI&R (m) Cutting length

Metal removal rate comparison

SS50CHJAIBFD 1KwH=EIU< T HEHE

Metal removal rate / 1Kw on C50

(cc/Kw) 30

TER ¢Dc=32mm
de=20mm
25

i

dp=1mm, Vf=4.5m/min |ap=0.6mm, Vf=12m/min
EQMTYI X am MAX 24.59 21.27

W A%E Competitor A 23.08
W Ftt Competitor F 2449

QMY v I A (MQXF?) [ttt @ KX WENHENEL. prrem
BB DYWL THREE N6 ~10%% L) » HEDLE
Metal removal Q/Kw of QM MAX is 6%-10% T
higher than Competitor's tool.




Modular Heads e

.-/ —
]\ 42y B DR A . Modular head MQX type
TYPE 9—5“/#7“11*- Through coolant hole amn 52‘”57'\“—:)‘) ISR E,:,j,t]t(i,?t?(m 63~97~—

G—B@d @=3iED A For high feed milling

o]

3 FEHY 'T’b'JHJﬂI
Ex =
I/'\ ,Vi A -‘ N N ..
v ’I | ~ N _ i =110) AUAILAIT
N,

- a7

L s
HIEAIT Y

UL

8
q MD

R0.4~R2.0 If
~ & (mm)Dimensions TR R Parts
BoE Em isFuT | Gameer | Wrenen
Cat. No. stock| N0 \@De | Lf |@Db|MD | C | W | Applicable inserts & /<§

MQX-2016-M8 ®@| 2 |16 23 14 | Mg | 8 12

MQX-2017-M8 ®| 2 |17 23 (14 | M8 | 8|12

MQX-3020-M10 | ® | 3 |20 | 30 |18 |Mi10| 9 14 TSW-2556H

MQX-4020-M10 | ® | 4 |20 | 30 18 |Mi10| 9 | 14

MQX-4021-M10 | ® | 4 |21 | 30 |18 |Mi10| 9 14

MQX-4025-M12 | ® | 4 |25 | 35 | 225 M12| 10 | 17

MQX-5025-M12 | @ | 5 |25 | 35 |225|M12| 10 | 17
@ MOX-4026-M12 | @ | 4 | 26 | 35 | 225 M12| 10 | 17 |gpss1003%57+R

MQX-5026-M12 | ® | 5 | 26 | 35 |22.5|M12 | 10 | 17 |ZPMT1003#*ZER A-08
@ MOx-5030-M16 | ® | 5 |30 | 43 |27 |M16| 12 | 22 |YPHWI003*ZER-*x*

MQX-5032-M16 | ® | 5 |32 | 43 |29 |Mi6| 12 22 DSW.2563H

MQX-6032-M16 | ® | 6 |32 | 43 |29 |Mi6| 12 | 22
@ max-5035-M16 | ® | 5 |35 43 |29 |Mi16| 12 22

MQX-6035-M16 | ® | 6 |35 | 43 |29 |Mi6| 12 | 22

MQX-6040-M16 | ® | 6 | 40 | 43 |32 |M16| 14 26

MQX-7040-M16 | ® | 7 |40 | 43 |32 |Mi6| 14 26
@ M0X-6042-M16 | ® | 6 |42 43 32 |M16 14 | 26
) 1. RIS CFYTFHEPFAANTHIEE o BIRSRDHLIZE L, IS5V TRUKE J’Eﬁl\)bﬁ(N m)
2. EVAS—AYROBEFFFNLIEP.6ZTSRBLIIZE L, ;3_';";\"92550;95":‘ o5 LIl
Note) 1. All cutters are supplied without inserts. DSW-2563H 0.9

2. Please see page 6 for recommended tightening torque.

m ( @ | X—hH—7EEm Standard stock items O : IEATEER Soon to be stocked O : HENFELIEDREERES Soon to be deleted




A/ owET
S0 Inserts

=IXDR High feed insert mﬁEFMFHI\—HD'-J? nghhardenedsteel ( g )

N——R" U"“/Xec TEHIDA Shoulder insert 0= d-R2
A . A ‘ —— 9471_7.“]

el
(JCT560)3%F T —
\J @ s
S
Eixb AR kE(ER High feed insert for unfavorable condition EE-AET LTRSS —FvD
(EPMW100312ZER) @ (YPHW100308ZER-15) 35& U (YPHW100308ZER-F)
“MIRROR INSERT” for finishing side & bottom face

LLJ [

XD AFFIERZ High feed insert for unfavorable condition
(EPMW100312ZTR)

/\
T e LL,4

(YPHW100308ZER-15) (YPHW100308ZER-F) ({Ei%V) )
@ EE-AELtLFSLUEFERMTASS—FvT

(YPHW100320ZER-24)
“MIRROR INSERT” for finishing side & hottom face / contouring milling

[T

zfﬂ?@ ; ,
e

{JC7560)%F
T Ll

547 BoE|EE P WM 5p % (mm) Dimensions
Type Cat. No. Tolerancel 105118 [@Jce102@ucrse0Jc8015]Jc8050[cx75| A | T | B | re | &
[=3e0)::] o

High fesd insert EPMT100312ZZER | M | ® ° ° 10 (32 | 6 | 12| 1
EXDANERER, |[EPMW100312ZER | M | @ ° .

e ey |EPMWA100312ZTR | M | ® ° ° 1013216 11211
SEEME/I\—RFvS o

= High hardened steel @ EPHW100316ZTR | H o 10 [3.2 6 | 1.6 11
iy ZPMT100304ZER M| ® ° 10 132 | 6 |04 ] 11°
JRHIDR - zpMTi00308ZER | M | @ o 10 [32 | 6 |08 | 11°
@) ZPMTI00320ZER | M | @ ° 10 |32 | 6 | 2.0 11°
EE - fUEH EFB &0 | YPHW100308ZER-15 | H ° ® | 10335 6 |08 11°
EERINIASS—F Y7 | @) YPHW100308ZERF | H ) 10 |3.35| 6 | 0.8 | 11°
MIRROR INSERT” for finishing side & o

hottom face / contouring milling @ YPHW100320ZER-24| H ([ J ([ 10 /1335 6 | 2.0 | 11

15— 10BAWUTY, 10 inserts per case.

QMY YOI ZRBF Y IDERT—2ICDLT Discrimination of grade for MQX / QXP insert

MEOQ—FT VD) TEILFYTNRDFEDDDY—INERLEDFT ., CERADRICTHERLTZEL,
Each grade shows different mark around the hole for fool proof.

JC5118 JC8050 / JCT560
o Q

ERl~—2o
Discrimination
mark

@ | X—H—7EER Standard stock items O : EETEER Soon to be stocked O FEENIFLIEDREFEE Soon to be deleted ] m




Modular Heads e

SU-—

MPM LS

20 "OM MILL" New generation high feed mill MPM type

GEoay b

G

OHEDIRTHIREB UBIENEF v T L2 AEFTIVEY A XCH NV THER - SEERIN T2 RR,
EELIN L @BT30MINEIYY = YT Y I(CH MG,
Low cutting o®Adopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts, QM MILL

force achieved high speed and high efficient machining.
o®Possible to use by low power and compact machines such as BT30.

MESH INEF Y FERT. IERA B I SRIVEG 10T 2. ¢32TRHI DZE Httk.

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

ﬁﬂ7u— BAiRFIRICEN A —IVEBEY v+ I 7 — N [TEE—#] DI EHBICKY.
UL ERERINTIEFv S OREFREESRR,

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

Vibration
free

ZRAEED=HEEEY D TIEE  Multi blades specification even if
(—HESADIITICEVNTT—DILiED small inserts achieved maximum

10mDHITICHIFE) feed speed Vf=10m/min
on general steel.

(EIE#HAZF v Insert with low cutting forces

L NN ERRRRR

GRF < IFATSEI Tt EIFICETHIRTE ZREELBHE

A T oy Highly accurate G-Body can correspond
$32mm Adopted high rigid G-Body. from high feed to finishing.

FwTINULI—/32/ Inserts variation
RV HHEETE 1R TEEY +BHIVIITH olgE!

[=itds)::! Ha—F VT [=te38)z: Papetci| 4 -5V THiE
High feed insert 9‘( (7En (JC7560)#%F High feed insert for unfavorable condition (JC7560)i%F

EOMTO0602...ZER(2—7 R1.0, 2.0) EOMWO060210ZER

RHIDHA SEEM A/ \—I~9’-‘y7

Shoulder insert High hardened steel

Z0MTO0602...ZER (31— R0.2, 0.4, 0.8) \
EOHW0B0210ZTR

0.02mm or less cusp height gives true 90 degree with no mismatch

FyFHEICEARAENEL —REHSESEEM. FIVER MASSZFOHHME THLABEBPVDI—T« VI 11i&E
(JC5118) BV MIHEIHICREFPVDI—F « I H11& (JC8050) . BiEEH =&ML FPVDI—F« VI #1E(JC6102) &
SAVFYT . ESICMRIBEPTABBEENROSNBINIICHL. LV —BOREGILZRIET ZHPVDI—T 1 VI HiE
(JC7560) =#RH.

Adopted new PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy, tough
grade “JC8050” for interrupted cutting, and PVD coated grade “JC6102” suitable for high hardened material. Moreover, adopted new PVD
coated grade “JC7560” improved heat-fracture resistance & impact strength and tool life.
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7)]=1[:3-1- Cutting performance

Cutting force comparison

I+ Material: S50C €50, 1049
EIEIR4F Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, @e=9mm, Down Cut

1500

—
o
o
o

u1
o
o

EIHIEHT(N)
Cutting resistance

QM=)L MPMFZ Azt
QM MILL MPM type Competitor A

m X(£0%377) 420 430

Feed force

m Y&ES7) 660 1020

Main force

VAGpap2)) 500 730

Back force

=] 928 1326 QM= )L MPM#Z QM MILL MPM type ‘ Azt Competitor A
Resultant force f=5.2mm/rev f=5.2mm/rev

Cutting force comparison
#ElI#4 Material: S50C €50, 1049

YJBIS:4 Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, @e=9mm, Down Cut ( Eﬁu TH U‘U‘U - S )

EXGxbs7A) WYEHH) zZERH) D80

Feed force Main force Back force Resultant force

1500
(N) QM= )L MPMA Att
QM MILL MPM type Competitor A _ M

1200 M

1/8ZH 2/3ZH 3/¥ZH 4/XZ8 5/YXH 1/XZH 2/Y2F 3/¥XH 4/¥Z8 5/YZH
1'stpath 2'nd path 3'rd path 4'thpath 5'th path 1'stpath 2'nd path 3'rdpath 4'thpath 5'th path

QMZ)VIE3/NZA AR EIHIEHICE(E L QMS L MPMA: 5/5Z28 A#t: 5528
Cutting forces of QM mill is kept constant since 3rd path. M MILL MPM type: MPM: 5'th path Competitor A: 5'th path

IV FEE (f=4.0mm/rev) Chipshape

IIAVA=] 21\ZH AW A= 4)\2H S5I\ZH
1'st path 2'nd path 3'rd path 4'th path 5'th path

n Y =l »
s | i TICE FICR 16 € FCE
QM MILL MPM type A | ?

-

Att

Competitor A

QM VIV THEED R L— R T, UIEHIZADFELE B WXL, Chips by QM mill show smooth cut and less heat generation.




Modular Heads e

(@]\Y=J|"8 Modular head MPM type

TYPE

I9-=5 hl\fj* Through coolanthole

v AN 52~57 -y

@=:EDHA For high feed milling
C

S

Sattne
condition 98~105~—y

Q
Q
A3

/\/\D

1

TR

Lt

. .
HHEIAIT JEHIY

] @E#HIbA For shoulder milling
< _§ MD
WS
SN
[ NA e
2~R08
Lf
~  ;&(mm) Dimensions WHnFvS _ &R |:f':'|:| Parts
o OE 1| I Applicable inserts GCI?n% Z&Evt’ V'Vr;z;
Cat. No. Stock I'r\]'soerf;fs ¢Dc| Lf |¢Db| MD | C | W @ ©® Q (
| & F
MPM-2010-M6 ® | 2 10 | 18 95| M6 | 6.5 8
MPM-2011-M6 ([ 2 11 18 9.7 | M6 6.5 8
MPM-3012-M6 ® | 3 12 | 20 | 112 | M6 | 6.5 8
MPM-3013-M6 ([ J 3 13 20 [ 115 | M6 6.5 8
MPM-4016-M8 ® | 4 16 | 23 | 15 M8 & 8 12 00800 TR
MPM-4017-M8 ([ J 4 17 23 | 15 M8 8 12 70MT0602% % ZER DSW-1838H A-06
MPM-5020-M10 [ J 5 20 30 | 19 M10| 9 14
MPM-5021-M10 ([ J 5 21 30 | 19 M10| 9 14
MPM-6025-M12 [ J 6 25 35 | 236 | M12 | 10 17
MPM-7030-M16 ([ J 7 30 43 | 29 M16 | 12 22
MPM-8032-M16 [ J 8 32 43 | 29 M16 | 12 22
) 1. LS IEF v FREBAA THYE R Ao FERBRHZEL, 55YTRUREE | ERMLZ(N-m)
2. EV2AS—AYROHEFHFF ML IBP.6%ETSRLIIEE W, ;'sa‘r;":;’;;"H od il

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

(17}

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

O EEHELIEDREFESE Soon to be deleted




/ADIJEI
50172k Inserts

=EDH High feed insert J—FR2 SEEMA/I\—RFwT High hardened steel
5173t _ N

d | _ T
J@K@Q e Ao
M| — T i
" J/\QD
| Y
JC7560) %A
EiXDARSEE(ERZ High feed insert for unfavorable condition BHIDA Shoulder insert

i
e

(JC7560)3%F
AL T B BE PVDI—35«>/% PVD coated < ;E(mm) Dimensions
Type Cat. No. Tolerance| ;05118 | Jc6102 | JC7560 | JC8050 | A T B |re 6°
D EOMT060210ZER | M ° o ® |65 25| 43| 10 | 13°
High feed insert | FOMT060220ZER | M ° ® | 65| 25| 43 | 20 | 13°
=5%h 4
REORRART | comwoso210zeR| M | @ o ® |65 | 25| 43 | 10 | 13°
unfavorable condition
SEEMA/N\—FFYT| Fouwo60210ZTR | H ° 65 | 25 | 43 | 1.0 | 13°
High hardened steel
ZOMT060202ZER | M ° ® | 65| 25| 43 | 02 | 13°
BHIbHA .
o ZOMT060204ZER | M ° ® | 65| 25| 43| 04 | 13
ZOMTO060208ZER | M ° ® | 65| 25| 43 | 08 | 13°

15— 10BAWUTY, 10 inserts per case.

ME(OQ—FTa VD) TEICFYTRDFEDDDY—IDNELEDFT ., CERDIRICTHESELEEL,
Each grade shows different mark around the hole for fool proof.

JC5118 JC8050/JC7560

Eal~—o
Discrimination
mark

VI %9I4 Y — MAGNETISER

@RS A N—SCiHEpZEAAICE LA B<ED T T ERICEY / BRI TZIE T,
ORSA N—SEHERZEH L T DT ET. Fy TEYTIFIFDIEEES %b“?\yjbi‘g“o
XESKICEFEZZ (T DEBOMECIRERLEVWTLES
Snmagnetisierin ® \lagnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the Magnetizer + and rubbing lightly.
ks o The work efficiency when insert is setting by magnetizing the tip of wrench improves.
*Please do not use it in the vicinity of the equipment to be influenced with magnetism.

2 # Cat No. EE Stock
MAGNETISER [ 15— 1{HAUTY,

1 piece per case.

magnetising /
magnetisloren

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




Modular Heads ruwues
MSW

Modular head MSW type

A4V MR=Ib €EIa15—\Y R

TYPE DR 106~107~—9)
2
B |
} -—H Q8 U5 TRUKE | #ENLZ (N-m)
S e amp screw ecommended torque
Q ;;w?zssau - o.dgr“rl
DSW-08 30
& DSW-511H 6.1
TSW-511 5.5
< ;E(mm) Dimensions HISF v T g_yﬁgnf Plej;sa:
» ; ; >
e & | U Applicable inserts Clamp screw | Wrench
Cat. No. stock|[No-of | R \¢Dc| ¢ | Lf |¢Db|MD| C | W | = . )
inserts e e §
DD & |7
E3X:SWB216HM
MSW-1615-M8 (] 2 8 16 (15 | 23 |15 | M8 | 8 12 =150 SWB216HS DSW-2563H, A-08SD
EX:SWB220HM/HM-H/
MSW-2018-M10 | @ 2 |10 | 20 |18.5| 30 |18.7|M10| 9 14 MMW DSW-307H, A-10
219 :SWB220HS/MSW
EX:SWB225HM/HM-H/
MSW-2522-M12 | @ 2 |12.5| 25 |21.9| 35 |23.5|M12/10 17 MMW DSW-4085| A-15
&9 :SWB225HS/MSW
E3X:SWB230HM/HM-H/
MSW-3025-M16 | @ 2 |15 | 30 |25.9| 43 |28.2|M16/12.5| 22 MMW DSW-511H, A-20
&1 :SWB230HS/MSW
EX:SWB232HM-G/MMW-G
MSW-3225-M16 | @ 2 |16 | 32 |29.5| 43 |29.9/M16|12.5| 22 =150 - SWB232HS-G/MSW-G TSW-511 A-20

) 1. RV CF Y T RIEFHFHAATHIF R o BEESROHEE WV, 2. EVAS—AYROHEERHHINLIIP.6Z TSRV

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

REDF Y TINUI =32 Inserts series expansion.

@ PYBEY I (-WH2) Insert for welding & hardened steel (-W type)

Q ‘ 1. AEICEEZR B ERAMEZER USSR

2. ABVIIIS SUSEEM (50HRC~) [CBMIHL. IEE [CEHD!
1. Improved insert strength and adopting new grade achieved longer tool life.
2. Suitable for welding & hardened steel (over 50HRC).

@it EIFA (EFADFH -HAZ)

Insert for semi-finishing (main blade -H type)

1. $20.$25. 030 2541 2 F V7 @EIF . SWB2+*HS (EX LRE—H11E) =R

2. (ERRBICLENBEEHEBORBEZ L LT EICKY, it EIFADEERITIEE.
RINTAELTOERRERLEE A,

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.

@HERF VT EMEL Insert comparison

eRIAL7 thit EIF A
SWB-HM# SWB-HM-H#Z
Regular type insert Insert for semi-finishing
R min. 14.906 R min. 14.938
R max. 14.981 R max. 14.983
—0.05mm / o —0.05mm / o
R14.95 +0.05mm R14.95 +0.05mm
Hy I iHAHEFDORIEE  Radius form accuracy on body
EVFTNDYKRZEL) | Large off the center EVFTUDYNEL) | Small off the center
%ﬁ _— =

RIS / — / thft EIFF - —

SWB-HM# \ / SWB-HM-Hftz

Regular type insert | for semi-finishing

(19
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50 (e Inserts

Fig.1(EX)
(Main blade)

// DIJET

Fig.3(FEX-BREEDINT )
MEEEM THXR
(Main blade for welding & hardened)

Fig.2(EI3)
(Sub blade)

T A

Fig.4 (BN - PNEXD AT )
XEIERMCHR
(Sub blade for welding & hardened)

BSWB-HF (it EIFF)
1. $20. 25, 30MICthtt EIFA-HAZEEN.

2. fERmICLENBEENEBORBEZRL

UleZEITEK, it EIFADERD TR,

FIMITAELTOERIFHELEE A.)
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 EFA)

(Main blade for semi-finishing)

R R

: /o

. o Y w\,

7 Y -

T A ‘ T A !T A !
& AT PVDF,%IDTOZ;'J\JQ“ T_f & (mm) Dimensions Fig

cat. No. Pe 1 yc5118 | JC8O15 | JCBOS0 | JC5040 | R A B T
SWB216HM SN e ° 8 15 7.9 3 1
SWB216HS A e ° 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 5150 ° ° 10 20 8.2 3.65 2
SWB220MSW Sub plade ° 10 20 8.2 3.65 4
SWB225HM ° ° 12.5 18.5 12.4 3.8 1
SWB225HM-H ZER ° 12,5 18.9 12.4 3.8 5
SWB225MMW ° 12.5 18.5 12.4 3.8 3
SWB225HS 215 ° ° 12.5 23.8 10.5 3.8 2
SWB225MSW Sub lage ° 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 ° 15 222 14.8 5.35 3
SWB230HS 2159 ° ° 15 27.5 12.3 5.35 2
SWB230MSW Sub bade ° 15 27.5 12.3 5.35 4
SWB232HM-G =3 ° ° 16 26 16 5.35 1
SWB232MMW-G | """ ° 16 26 16 5.35 3
SWB232HS-G 2150 ° ° 16 31.7 13.9 5.35 2
SWB232MSW-G | °°°** [ 16 31.7 13.9 5.35 4

17 —X10BAWTY .
10 inserts per case.
) 1. EEHIREGB LB LD 74— ARECDNTIFP.107ZTSRIEE L,
2. it EFA-HEEN ZEREORIN . U I E—HEZERIEE W,

Note) 1. All cutters are supplied without inserts. Please see page 107 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.

[
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-/—

(SDH| P Ak Cos i AL (€ 21007
UNEEBEERBEIE ()
SAcENMITAIE

High efficient machining tool with edge sharpness
and strength.

Modular Heads e

CEc =i e =F g Y e 20k 279 Increased the insert strength

LR ERBELERL. FYTEHZELL, FYTHEZRA68% 7 v I UELR,
Fle MEICIFTMRIBEICENZ[ICB050] B XNAMNE L EM~FRAN
A~BHIMFE THRTAER[IC5118]|H31 Vv,

Maximum 68% stronger than conventional Diemaster insert. In addition to conventional

insert grades, adopted tough grade "JC8050" against chipping for unfavorable conditions, and
grade "JC5118" for general use.

>3 |57/5 58 Double clamp system
SYHIARSIICEI TIVI SV THRERH. SOICEET7Y I ZRIFELR,

Adopted double clamp system for deep cut applications.

625,35 A) Adopted positive axial rake

‘R3.5.R5F v —AR.:+6° -R3.5&R5inserts—A.R.; +6°
‘R6.R8F v —AR.+8° -R6 & R§ inserts—A.R.; +8°
w = 0/ Oy~ =Reduced cutting forces 21% than conventional
SVHHERERX21%9 9, Diemaster.

SDH Modular head SDH type

GEEEE I 108~113~—

TYPE I —52 RJUTFTE Through coolanthole il e B2~57 k-
G;Boay, Fig1

-
\\‘//\‘/
o
,T‘7|‘ T
==
‘_‘T‘_l\ 7

T

I

|

U5V TRURE | #REMLD (N-m)

Clamp screw torque

\

Lc] TSW-2556H 0.9

T CSW-408H 36

DSW-410H 3.6

< 3&(mm)bimensions T v - 7@%57_3:?;’?6” .
e & £ N AIIED TS Cleinjpscrew 5;npsejt Wr;wh Fig
Cat. No. Stock[NO- Tl ypDe| R | Lf |¢pDb|MD| C | W Q '
inserts

&L @
SDH-2150-R07-M8 | @ 2 15 | 35| 23 |13.8| M8 8 | 12 |RD*:07T2MO...|TSW-2556H — A-08SD | 1
SDH-2160-R07-M8 | @ 2 16 | 35| 23 |15 M8 8 | 12 |RD*:07T2MO...|TSW-2556H] — A-08SD | 1
SDH-2200-R07-M10| @ 2 20 | 35| 30 (18 |M10| 8 | 14 [RD**07T2MO...[TSW-2556H, — A-08SD | 1
SDH-2220-R07-M10| @ 2 22 35| 30 |20 |[M10| 8 | 14 ([RD3:07T2MO...|TSW-2556H — — A-08SD | 1
SDH-2250-R10-M12| @ 2 25 5 35 (23 | M12| 10 | 17 |RD#=1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2280-R10-M12| @ 2 28 5 35 (25 |M12| 10 | 17 |RD#*=1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2300-R10-M16| @ 2 30 5 43 |28 |M16| 12 | 22 |RD#*1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2320-R12-M16| @ 2 32 6 43 |28 |M16| 12 | 22 |RD*3*1204MO...|DSW-410H| DCM-18 | A-15 2
SDH-3320-R10-M16| ® 3 32 5 43 |28 |M16| 12 | 22 |RD#*1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2350-R12-M16| @ 2 35 6 43 |32 |M16| 12 | 22 |RD*1204MO...|DSW-410H| DCM-18 | A-15 2
SDH-3350-R10-M16| @ 3 35 5 43 |32 |M16| 12 | 22 |RD*3*1004MO...|CSW-408H DCM-18 | A-15 2
SDH-2400-R12-M16| @ 2 40 6 43 |32 |M16| 13 | 26 |RD#*#1204MO...|DSW-410H| DCM-18 | A-15 2

) 1. RLSICF Y FIFEFHAALTHIER o BIERBRHZEWV, 2. EVIS—AYROHERFHMFNLIFP.6ZE TSRSV,
3. 9TII SV THIES A TEARICEF Y TRUMNITEEZN T TSRSV, (P.788R)

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).

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




SDH

TYPE

¥
|
N
ch

Through coolant hole

// DIJET

Modular head SDH type

i AU 52~57~—-v

ZHIAL T Fine pitch type

Cutting
wg“%# condition

SEEHEID EHEANT

108~113~—o

SR
' 1
—.‘ ||hi|'lil‘hh|| | _‘7% é) g
" =4 o ——
[t-f:_;_.---."l“llrlll“' g —J *© 15y T R AUAIAIT
Y L
~ 7% (mm) Dimensions WiF v S 0_);:1,53[;::'1: Parlt/sya:
e ; ; >
& TEE| I AIATEINGIEETS Clamp screw Wrench
No. of
Cat. No. Stock| .| ®Dc| R | Lf |¢Db|MD | C | W & Q
N y
SDH-3200-R07-M10| @ 3 20 | 3.5 | 30 18 | M10 8 14 |RD**07T2MO...| TSW-2556H A-08SD
SDH-3220-R07-M10| @ 3 22 | 35 | 30 20 | M10 8 14 |RD**07T2MO...| TSW-2556H A-08SD
SDH-3250-R07-M12| @ 3 25 | 35 | 35 23 |M12| 10 17 |RD*=*07T2MO...| TSW-2556H A-08SD
SDH-3250-R10-M12 | @ 3 25 | 5 35 23 |[M12| 10 17 |RD#*%1004MO...| CSW-408H A-15
SDH-3280-R10-M12 | @ 3 28 | 5 35 25 |M12| 10 17 |RD#*%1004MO...| CSW-408H A-15
SDH-3300-R10-M16 | ® 3 30 5 43 28 |[M16 | 12 22 |RD#31004MO...| CSW-408H A-15
SDH-4300-R10-M16| @ 4 30 | 5 43 28 |M16| 12 22 |RD#31004MO0...| CSW-408H A-15
SDH-4320-R10-M16| @ 4 32 |5 43 28 |M16 | 12 22 |RD#*3%*1004MO...| CSW-408H A-15
SDH-3350-R12-M16| @ 3 35 | 6 43 32 |M16 | 12 22 |RD*31204MO...| DSW-410H A-15
SDH-4350-R10-M16| @ 4 35 | 5 43 32 |[M16| 12 22 |RD#31004MO...| CSW-408H A-15
SDH-4400-R12-M16| @ 4 40 | 6 43 32 |M16 | 13 26 |RD*31204MO...| DSW-410H A-15
SDH-5420-R10-M16| @ 5 42 | 5 43 32 |M16 | 13 26 |RD*31004MO...| CSW-408H A-15
) 1. AL ICF Y FREHAATHIE B Ao BIEBRHEEV, 2. EV2S—AYROHEEGHITNLIEP.6ZTSRLLEE W, 55 TRUHE

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

HES LS (N-m)

Clamp screw

torque

TSW-2556H

0.9

CSW-408H

3.6

DSW-410H

3.6

@ | X—AH—7EEER Standard stock items
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(23 )

MOdUIar Heads FULL LINEUP
so R AV Inserts

1EXESI AT Without chip breaker

TL—HEL

AEK—=>7-MOTH

—hzsA

. vee |PVDO=T4J | ~iE(mm)
e & BE PVD coated Dimensions
Cat. No. Tolerance

JC8003/JC8015 JC5040| 0O T | @D

RDMWO07T2MOT M ® | & | @ 712728

RDMW1004MOT M ® e @ | 10 41|44

RDMW1204MOT M @ e @ | 12|48 |44

1 —2Z10fBAYTI, 10 inserts per case.

{EHEHY D With chip breaker

woE |ms| oeow | YEmm

Cat. No. Tolerance FZ05 oDc T | oD
RDGTO7T2MOF-AL | G ([ J 7127128
RDGT1004MOF-AL | G ([ J 10 | 41 | 44
RDGT1204MOF-AL | G ([ J 12 1 48 | 44

15 —X10BAWTY, 10 inserts per case.
F) WK TH ISV FIThBFEIGEIF. IS5V vk
(FEEDCM-18) Z(F g L TEARLIEE L,

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

{E3BHY 1 With chip breaker

T—nftE
Rif—=>7-MOER;
FIV-AVARIVA

T—hitE
AER—=27-MOTH
Rik—=>2"-MOE#

A7 VLA - SR

Fig.2
I |
@ Q
] <
T I

BB |BE| oome | e |
Cat.No.— [TnCE| yoe 18] soa0i5 UCG050|pDC| T | @D
RDGTOTTZMOE | G o | o 727281
RDGT1004MOE | G ® o | il

RDGT1004MOT | G o o

RDGT1204MOE | G ® o | sl
RDGT1204MOT | G o o

ROMTOTT2MOE | M | @ | @ | @ | 7 |27 281
ROMTOMMOE | M | ®@ | ® @ 1
RDMT1004MOE-ML| M ® |10 41442
ROMTIO04MOT | M | @ | @ | @ EB
ROMT24MOE | M | ® | © @@ 1
RDMT1204MOE-ML| M ® |12 48 442
ROMTI24M0T | M | ®@ [ @ | @ ER

15 —X10BAWTY, 10 inserts per case.
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TYPE

I—52 R7YFE Through coolanthole

MDH 2. X DAL L2 3 Modular head MDH type

// DIJET

B ¢

g:)l:tti:lri]t?on 114~115~—o

% 7% EEHY EHETAIIT
“
Ry I AUAIVIIT
MD
<
Lf
e w
oo — |, Z/
8 11 g
OV — |
3 ] % Lf
LF¥a1554 7 Standardtype
~ & (mm) Dimensions WnFvS I S pars
2 Applicable | 25V7RU |95V TRILN  LYF
e & TERE| I inserts Clamp screw Clamplb\olt Wrench Fig
No. of Q .
Cat. No. Stock| 10 &% éDc| R | 41 Lf |pDbMD| C | W @ & & ﬁ
/
MDH-2120-M8 ® | 2 |12 |35 15|23 |15 | M8| 7.5/ 12 |RDHX0701M0* | CSW-2542 - A-07 1
MDH-2160-M8 { 2 [16 |35|16 |23 |15 |M8| 8 | 12 [RDHX0702M0* | CSW-2547 = A-07 1
MDH-2200-M10 ® | 2 (205 |23 |30 |19 |M10] 9 | 14 |RDHX1003M0% |CSW-3570 - A-15 1
MDH-2250-M12 ( 2 |25|5 — | 35|21 |[M12[10 | 17 |RDHX1003M0= [CSW-3570 = A-15 2
MDH-3320-R10-M16| ® | 3 (32 |5 | — | 43|29 M16{12 |22 |RDHX1003M0 [CSW-3575| CB3540 | A-15 3
MDH-2320-R16-M16| ® | 2 (32 |8 | — |43 |29 M16(12 | 22 |RD*X1604M0%| CSW-4510 = A-20SD | 2
MDH-4400-M16 [ ] 4 (406 — [ 42|29 |M16|13 | 26 |RD=X12T3M0=|CSW-3595| CB3540 A-15 3
ZHIA T Fine pitch type
X & (mm) Dimensions WEFvI| B SR Parts
2 Applicable | 257U LoF
f § EE ﬂﬁﬂl inserts Clamp screw |  Wrench Fig
No. of °
Cat. No. Stock inger(is ¢Dc 21 | Lf |¢Db|MD| C | W & /§
MDH-3160-M8 ® | 3 16 35| 16 23 15 M8 8 | 12 |RDHX0701MO%|CSW-2542| A-07 1
MDH-4160-M8 ® 4 25| - 15 8 | 10 |RDHX0501M0%|CSW-1838| A-06 2
MDH-4200-M10 | ® | 4 20 35| - 30 17.6 M10 9 | 14 |RDHX0702M0%|CSW-2547| A-07 2
MDH-5200-M10 | ® | 5 25| - 17.8 9 | 14 |RDHX0501M0%|CSW-1838| A-06 2
MDH-5250-M12 | @ 5 25 | 35| - 35 120.8 M12| 10 | 17 |RDHX0702M0=| CSW-2547 A-07 2
MDH-6350-M16 | ® | 6 | 35 | 35| — | 43 |29 |M16| 12 | 22 |RDHX0702M0=|CSW-2547| A-07 2
) 1. RIS ICF VT FHEFHAATHIE R Ao FEEBRHLEE 55U TRUKEE | #2025 (N-m)
2. EV2AS—AYROHEEFFFFNILIEP.6%E TSRIIEE N, Clamp screw f torque
3. ITWI SV TEET A FERRICEF Y TR BEREESN T TSRV, P.78R) CSW-1838 0.25
CSW-2542 0.9
Note) 1. All cutters are supplied without inserts. CSW-2547 0.9
2. Please see page 6 for recommended tightening torque. CSW-3570 241
3. In case of using double clamping modular head, please confirm “Insert set up installation points of CSW-3575 21
double clamping mechanism type” (please see page 7). CSW-3595 21
CSW-4510 5.0

@ | X—A—7EEER Standard stock items
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M Od U I arl Heads FULL LINEUP
S0P A Inserts

g 1 Iaq
L
R
& PVDI—5 >/ PVD coated U-(;rﬁg k fﬁgiﬁedﬁ ~ & (mm) Dimensions
Cat. No. JC8003 | JC8015 | JC5040 | JC5118 CX90 KT9 ¢Dc T oD
RDHX0501MOT [ (] 5.0 1.5 2.0
RDHX0701MOT [ [ () () 7.0 1.99 2.8
RDHX0702MOT [ [ [ o o 7.0 2.38 2.8
RDHX1003MOT o o o [ J ([ J 10.0 3.18 3.9
RDHX12T3MOT [ [ [ [ ()
RDHX12T3MOF o 12.0 3.97 3.9
RDMX12T3MOT [
RDHX1604MOT [ [ [ o ) 16.0 476 50
RDMX1604MOT (] [ ]

15 —X10BAWTY, 10 inserts per case.

(25

@ | X—A—7EEER Standard stock items
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/ADIJEI
C2d E D -DEE LTI Modular head MIC type
TYPE

9—32 I*l\ﬁ* Through coolanthole ViAWY 52~57~—3 ) Q@ILEIESES SS},*,',’,‘SO,, (116~118~—3)

SEEEY FE'JU(:J —R)
I R T I D No)
- /X ] B o)
)il B © A

Lf
< 3&(mm)Dimensions HSF v a_yﬁjﬁnf Pijrtysa:
ﬁ? § EE ﬂi& el el Clajmp screw | Wrench
Cat. No. stock| No-of Ve | ¢ | Lf |¢Db| MD| C | W ¢ <
inserts A & Q
iXe)) / /
MIC-2016-M8 [ 2 16 9 23 |14.6 | M8 8 | 12 | ZCMT1003:k*xR*
ESW-206 | A-08SD
MIC-2018-M8 { 2 18 9 23 |155 | M8 8 | 12 | JDA-ZCGT10033
MIC-2020-M10 (] 2 20 9 30 |18.4 | M10 9 | 14 | ZCMT1003=k=*R*
ESW-206 | A-08SD
MIC-3020-M10 ( 3 20 9 30 |18.4 | M10 9 | 14 | JDA-ZCGT10033k*
MiIC-2022-M10 [ 2 22 |12,5| 30 |19.5 | M10 8 | 14 | ZPMT13T3%*R% | DSW-307 | A-10
ZCMT1003:k xR
- - ([ J 3 22 9 30 |19.5 | M10 9 14 = =
MIC-3022-M10 JDA-ZCGT1003% 5% ESW-206 | A-08SD
MIC-2025-M12 [ ] 2 25 |15 35 |23 M12| 10 | 17 | ZPMT1604:%Rsk | TSW-408 | A-15
MIC-3025-M12 | @ 3 25 |125| 35 |28 | M12| 10 | 17 | ZPMT13T3s%*R* | DSW-307 | A-10
MIC-2027-M12 [ ] 2 27 |15 35 24 M12 | 10 | 17 |ZPMT1604%%R% | TSW-408 | A-15
MIC-3027-M12  J 3 27 | 125| 35 |24 M12 | 10 | 17 | ZPMT13T3%*R% | DSW-307 | A-10
MIC-3030-M16 o 3 30 |15 43 |28.2 | M16 | 12 22
MIC-2032-M16 () 2 32 |15 43 |29 M16 | 12 22
MIC-3032-M16 | @ 3 32 |15 43 | 29 M16 | 12 | 22 | ZPMT1604:%R%k | TSW-408 | A-15
MIC-2035-M16 ([ J 2 35 |15 43 |29 M16 | 12 22
MIC-4040-M16 o 4 40 |15 43 |29 M16 | 12 22
MIC-5040-M16 | @ 5 40 (125| 43 |29 | Mi16| 12 | 22 | ZPMT13T3:%k*xR* | DSW-307 | A-10
) 1. RLFICF v FRBFAATHEIE R Ao BERERD TV, I5YTRURE | #RMLS(N-m)
2. I—FR3.0.R32MJEF v FEFEAT 2IHE . AASEHEI—F[CR1.5FFCT.2mmEEITULT R E L, ClampiScrew 101quf)
3. EVAS—AYROEEFHITINLIIEP.6 TSR ZE L, ESw-200 99
TSW-408 3.1

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—7EER Standard stock items O : EEEEESR Soon to be stocked O TEENELIEDREEFES Soon to be deleted } @




M Od U I arl Heads FULL LINEUP
i sien e s s e e o e n
SolReA M Inserts FIVSARYYYaF v ITHEE

ZOMT-R# ZOMT-RPR N
—
(HER) GVER. 7 VSRR 1F D) .
Peripheral insert Peripheral insert (Polished)
PVDI—>+2J |BEGE < 3E(mm) Dimensions 88 fa Pars
PVD coated Uncoated 9570 LT
e & Clamp screw Wrench
Cat. No. JC5015 | JC5040 | FZ15 | A | B | T | o | re & ‘
2
ZCMT100304R ® [ ] 10.4 16.35 | 3.4 7 | 04 ESW-206
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
ZPMT13T308R ([ ] [ ] 13.3 |7.938/ 397 | 11 | 0.8 DSW-307
ZPMT13T308RP L 13.3 /7.938/ 397 | 11 | 0.8 DSW-307
ZPMT13T316R [ (] 13.3 |7.938/ 397 | 11 | 1.6 DSW-307 A10
ZPMT13T316RP [ ] 13.3 |7.938| 3.97 | 11 1.6 DSW-307
ZPMT13T320R (] { 13.3 |7.938/ 397 | 11 | 2.0 DSW-307
ZPMT13T320RP L 13.3 /7.938/ 397 | 11 | 2.0 DSW-307
ZPMT160404R ([ ] [ ] 16 |9.525/4.76 | 11 | 0.4 TSW-408
ZPMT160408R ([ ] [ ] 16 |9.525/4.76 | 11 | 0.8 TSW-408
ZPMT160408RP L 16 |9.525/4.76 | 11 | 0.8 TSW-408
ZPMT160416R [ ] (] 16 |9.525|4.76 | 11 1.6 TSW-408
ZPMT160416RP L 16 |9.525/4.76 | 11 | 1.6 TSW-408
ZPMT160420R ] [ ] 16 |9.525/4.76 | 11 | 2.0 TSW-408 A-15
ZPMT160420RP ] 16 |9.525/4.76 | 11 | 2.0 TSW-408
ZPMT160430R ([ ] [ ] 16 |9.525/4.76 | 11 | 3.0 TSW-408
ZPMT160430RP L 16 |9.525/4.76 | 11 | 3.0 TSW-408
ZPMT160432R [ ] (] 16 |9.525/4.76 | 11 | 3.2 TSW-408
ZPMT160432RP L 16 |9.525/4.76 | 11 | 3.2 TSW-408
15 —10BAYTY, 10inserts per case. 55 TRUHE

OEHESRD7 IVENTICHEAT !

Applicable for aluminum automobile paris!

Clamp screw

HEERLT (N-m)

torque

ESW-206

0.9

DSW-307

1.4

TSW-408

3.1

10.28
IR T
IR ° l
1 corner / For nonferrous =] . <| 4 [
Not regrindable materials N © Pl %1
< ‘ 27
re 4.2 |
FALVvFvT J—7R (mm) BB & Parts
Diamond Corner radius 257U LYF
e & Clamp screw Wrench
Cat. No. JDA10 re & ooN
tRoerrl;]v'JJrgmended /
JDA-ZCGT100302 o 0.2
JDA-ZCGT100304 ( 0.4 ESW-206 A-08SD
JDA-ZCGT100308 [ ] 0.8

15— MEAWUTY ., 1inserts per case.

[ @ | X—A—7EEm Standard stock items
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// DIJET

A A A e = e Aia VA Sl Modular head MEC tvpe
TYPE ULET S:E‘:ﬂson [ 119x=y )

‘l‘b‘JHJﬂI

MEC

02 | C
(%) / D 1’!
"= A Tl I Keo) -
- i/};:/’iiiii . j’j% % BEANT
7
° Lf \
~  ;E(mm) Dimensions SHrEFvT _\F:.‘B %ﬁ': Parts
OB |EE M Applicatle nserts |72 7H0) LT
Cat. No. stock [NO-Of (| 4 | Lf |¢Db|MD| C | W

inserts

&L A

30 15 | 43 |28.2|M16|12.5| 22 |7#iN:ZPMT150408L* |ro\y a0 | A-15

MEC-2030-M16 S4E: ZPMT160408R *

MEC-2032-M16
MEC-2033-M16
MEC-2035-M16 | ® | 2 | 35 |155| 43 32 |M16 14 | 26 |72 ZEMIIS05HL I nw.4510H A-20SD

32 |15 43 |30.2 | M16|12.5| 22 Sep]: ZPMT1604% %L % TSW-408 | A-15

33 |15 | 43 |31 |Mi6 125 22 |PHAX:ZPMTI604%**R* \1o\n 108 | A-15

MEC-2016-M8 | ® | 2 | 16 | 8 | 23 |14.8 Ms | 8 | 12 |H= ZOWIOSTZ08LE | TSW-2250  A-07SD
MEC-2020-M10 | ® [ 2 | 20 9 | 30 187 M10| 8 | 14 |, oo oo [ESW-206 | A-08SD
MEC-2021-M10 | ® | 2 [ 21 | 9 | 30 19.6 M10| 8 | 14 |PWEX:ZCMTI00308R* pqy o06 | A.SD
MEC-2024-M12 | ® | 2 | 24 125 35 222 M12 /10 | 17 DSW-307 | A-10
MEC-2025-M12 | ® | 2 | 25 125 35 232 Mi2 10 | 17 | LA 2OV nsw-307 | A-10
MEC-2026-M12 | ® | 2 | 26 |125| 35 241 M12 10 | 17 DSW-307 | A-10

o2

o2

o2

SER:
) 1. RILSICF VT FHEIHFHAATHIE R o FEEBRHLIZE U5V TRUHE ?&ﬁ L2 (N-m)
2. I—FR3.0.R3.2M4EFv FEERT HIEAF AMKEHE I —FITR1.5FECT.2mmEBITLTIREL, Clamp screw torque
3. EVAS—AYROHEERHFF ML FP.6ZTBIBLIIZE L, TSW-2250 0.6
ESW-206 0.9
Note) 1. All cutters are supplied without inserts. DSW-307 1.4
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. TSW-408 3.1
3. Please see page 6 for recommended tightening torque. DSW-4510H 6.0

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




MOdUIar Heads FULL LINEUP

boe b  Inserts  FPILZRARUYYaF v TR
TYPE

ZxMT-L7Z Z%:MT-LPH

re

Fig.1 ZtimA

o e )ga"
s 1 = S 5 7
(5&imA) Central insert (ﬁm}](l\ejnt)rel;lﬁilrith(go\ljisiej)a:yj) T
ZxMT-RF ZMT-RPH 2
| I L
- m
)Yof
7
. . = FILSERYw W
(5ARER) Peripheral insert (%H?e\ri{)h}ebrél\i;ﬁs;t{%lgr%g v7) T
PVDO—7«>7J |#BHER 5 e
e & PVD coja;(;gjg %E%J;Iedﬁ 7 (mm) Dimensions Fig.
Cat. No. JC5015 | JC5040 FZ15 A B T a’ re
ZDMTO08T208L [ J [ J 7.9 6 2.78 15 0.8 1
ZDMT08T208LP [ J 7.9 6 2.78 15 0.8 1
ZPMT09T208R [ (] 9 5.4 2.78 11 0.8 2
ZPMT09T208RP [ ] 9 5.4 2.78 11 0.8 2
ZDMT100308L [ J [ ] 10.4 6.35 3.4 15 0.8 1
ZDMT100308LP [ ] 10.4 6.35 3.4 15 0.8 1
ZCMT100308R ( (] 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 [ J 13.3 7.938 3.97 11 0.8 2
ZPMT13T308RP [ J 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 [ ) 13.3 7.938 3.97 11 2.0 2
ZPMT13T320RP [ J 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 [ ] [ ] 16.45 9.525 4.76 11 0.8 1
ZPMT160408LP [ J 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 [ ) [ ] 16.45 9.525 4.76 11 1.6 1
ZPMT160416LP [ J 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 [ J [ ] 16.45 9.525 4.76 11 2.0 1
ZPMT160420LP [ J 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 [ J [ ] 16.45 9.525 4.76 11 3.0 1
ZPMT160430LP [ ] 16.45 9.525 4.76 11 3.0 1
ZPMT160430R [ J [ J 16 9.525 4.76 11 3.0 2
ZPMT160430RP [ J 16 9.525 4.76 11 3.0 2
ZPMT160432L [ J [ ] 16.45 9.525 4.76 11 3.2 1
ZPMT160432LP [ ] 16.45 9.525 4.76 11 3.2 1
ZPMT160432R [ J [ 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 [ ] L J 17 11 5.56 11 2.0 2
ZPMT170530R [ ) [ ] 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 [ [ J 18 11 5.56 11 3.0 1

17 —X10fBAWTT, 10inserts per case.

@ [ @ | X—A—7EEm Standard stock items © :EHTERER Soon to be stocked

O EEHELIEDREFESE Soon to be deleted




// DIJET

MAI- Jerospace Tooling ITD;W,\"_E:J“JE_’\“JF G'BOdy

"AERO-CHIPPER" MAL type
R reatures
MEEEEDTIVZ ATV LA FIVIIIICRE™ /

Etak - FAERNTOSEEETR

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

) S - HAEICENT
G:Boay, G-body =R,
Adopted ultra-rigid and improved body
durability “G-Body”.

nguﬁimﬁic Internal coolant supply

C -I%-*EE ) High precision

BRERF Y TEXREICEY. BNEE
DI HOIEE,

True 90 degrees shoulder milling.

PINARE :$315mm

( Eﬂn$ ) High efficiency

SIEERE3RTI L —HROF v TIC&Y
VIRHR 2 (KiR. RAERI T H'TIRE,
HIWL<THHE (PIVSH) : $50ICTQ=2,250cc)
Fle, FyTERFRF—DRISICEY

( ZHERENIT ) Multi-purpose EEE TR
= " r— =) Lo ) ® High metal removal rate (aluminum alloy):
Eﬁg')\bﬁﬁﬂunb‘;n(‘ SVEYTRAVAI Q=2,250 cc/min by 50 mm dia.
13 ESHRE NI T H T 6E, ® Insert has key for high velocity revolution
Ramping & helical interpolation possible. specification.

M EVE(CENIEE M+ REDOGNUIEIC KL, REES65HRCE EEFEEN DAERICESFAIET.
AMEAMRES LU TEFMZEKMtRE 7 v T, BRGINTIRGICOMNZRBLE T,
G B d TSI I TDBERE. BOREZMHTEHROHIFT,
— @ Ay 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.




Modular Heads e

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

Accuracy on cutting edge

BAEEELS (IFUEe25) Accuracy comparison on cutting edge (Nominal dia. : 25 ] 'E'*EE
4442 (mm) Actual dia. High precision

247 2475 248 2485 249 2495 25

16
15 | N DLET: 0.03mm
14 N
- 4
13 N
£ 12 |
£ n
£ 10
= 9] | B#:0.173mm
c 8 Competitor B
E ;] ‘
e A
i:—| 6 4 A}
% 5 | S
4
3 -
2 /
1 b A

HIHAHF v T TOHNFEFEEIZBHE0.173mmICx L R0.03mmESHEE
AEROQ-CHIPPER showed much precise dimension on insert than competitor B.

Machining accuracy

—
WY TENTHRE WU TENTRE =R
(ap=15mm, fz=0.4mm/t) (ap=15mm, fz=0.6mm/t) High precision
Accuracy comparison on machined wall Accuracy comparison on machined wall
EHIDFEL Remains 4= = BUVAH (um) Over cut EHIDFEL Remains <= = EUVAJ (um) Over cut
-40 -30 -20 -10 O 10 20 30 40 -40 -30 -20 -10 O 10 20 30 40
| 1 20 Il 1 Il 1 20
S o -19
r18 - 18
ERETR BEE
Step 17 Step) 17
16 L -16
PR e o ——fr¥---+15 --1= t==F=d-%r--r15
F_;i: 70 um L 14 S | B#t: 60 um L 14 &
~ Competitor B 13 s \ Competitor B 13 s
) ~oo ] N 2 e N <
> 12 . < 12 £
Lil = AN Ligl =
F10 = \ 10 =
\\ F9 § 9 E
- 8 E B 8 E
-7 ~ 7
) -6 4 -6 &
-5 ﬂ )6 ) E
= =
/ -4 / -4
L3 -3
-2 A -2
L1 -l
0 )

TE#Z Tool dia. : 25 (DIUET : EV2S—AYR + Z—)LIBEY v+ 7 7—/\[TBE—&)) MAL+MSN (carbide shank)
#HElI+4 Work material : A5056  1=20,000 (min), Vc=1,570 (m/min), ap=15(mm), de=3 (mm), Wet, Down cut

15mmRAICH VT, ElN(EBE60umIcFLI13um (#11/410TF)
During 15mm cutting length, AERO-CHIPPER showed 4 times better accuracy.




MAL

TYPE

G-Body,

I—52 N7 YT Through coolanthole

oy m ) et =7 - Lata V) (. Modular head MAL type

// DIJET

77—\ Arbor VIEIESRS

N 120~123~—9

condition

I > &
M
MD

@) A —
§ =SeH g
o T |-
15 C
L
~ & (mm) Dimensions srosme WHSF wT _\‘&B E'ﬁ': Part\s
BOE (o IR |l s Do acron | Wrenen
Cat. No. Stock|No.of [ @Dc | Lf |pDb | MD C W —) %
inserts spinglllg)ébeed " & /‘
MAL-1020-M10 | ® 1 20 35 | 19.5 | M10 9 14 15,000 DSW-4075
MAL-2025-M12 | ® 2 25 35 |24 M12 | 10 19 40,000
MAL-2028-M12 | @ 2 28 35 |24 Mi12 | 10 19 36,000 | XOGT1605%:
MAL-2032-M16 | ® | 2 | 32 | 43 |29 | Mi6| 12 | 22 | 33,000 PO¥R  |psw-40ss|
MAL-2035-M16 o 2 35 43 | 29 M16 | 12 22 31,000
MAL-3040-M16 | ® | 3 40 43 | 32 M16 | 14 26 | 28,000
) 1. MLFICF v FHEHAL THIE e BIEBRHLEEL, 55 TBCHE | EENLD (N-m)
2. I—FR3. RI2MEF v PEEAT HBAIE. AASEHRIBI—F(CR1.5EFCT2mmEENTL TS, Clamp screw torque
3. EVIS—AYROIEERDIII ML IBP.OETBRIE L Sl tns &

4. YIHLEE1,000m/min L CTERADZSEE. 7—/\, RILY ZZHIRET, OEEHOHUE VLRI ERG6.3LAICHAELLZE L,
Note) 1. All cutters are supplied without inserts.

2. Attention to use 3mm 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.
4. In case to use cutting speed over 1,000m/min, please adjust the arbor with the holder within grade G6.3 of the rotating machines-balance quality requirements

of rigid rotors (JIS

¥WihFvo Wb

B 0905).

%

)
FZ05 JC5118
65\/ A
B = $5rz | E(mm) Dimensions Lﬁﬁiﬁdﬁ B B $5rz | E(mm) Dimensions P\éeg;;éz7
Cat. No. Tolerance| A | B CI|l T !re FZ05 Cat. No. Tolerance| A | B CI| T Ire JC5118
@XOGT160502PDFR G |20.8(16.3525| 5 (0.2 @ @XUGHGUSOZPDER G |20.8(16.3525| 5 [0.2 @
XO0GT160504PDFR| G |21.016.35/2.4| 5 | 0.4 [ XOGT160504PDER| G |21.0(116.35 2.4 | 5 [0.4 ®
XOGT160508PDFR| G |21.0(16.35/2.4| 5 |0.8 (] XOGT160508PDER| G |21.0(16.35 2.4 | 5 |0.8 [
X0GT160512PDFR| G |20.9(16.35/2.5| 5 [1.2 [ XOGT160512PDER| G |20.9(16.35 25| 5 [1.2 ()
X0GT160516PDFR| G |20.716.35/26 | 5 |[1.6 [ X0GT160516PDER| G |20.7/16.35/2.6 | 5 1.6 [
X0GT160520PDFR| G |20.6/16.35/2.8| 5 |2 [ XOGT160520PDER| G |20.6(16.35/2.8| 5 |2 ®
@XOGT160525PDFR G |20.3116.35/3.0 5 |25 @ XOGT160530PDER| G |20.1116.35/3.3| 5 |3 [
X0GT160530PDFR| G |20.1/16.35/3.3| 5 |3 [ XOGT160532PDER| G [19.9(16.35/ 3.5 5 |3.2 ()
X0GT160532PDFR| G |19.9/16.35/3.5| 5 |3.2 [

15 —210AYTI, 10 inserts per case.

[ ® : X—A—7EEf Standard stock items

O :EBEFEEm Soon to be stocked

O EENELIEDREFESE Soon to be deleted

@




MOd U |ar Heads FULL LINEUP

Modular head MBN type

=SS5—K—=Il EY1S5—AYR
TYPE

EYaS5—AyRE(HGB~G) By ED
HARIENFERE: 15umIT (BiZ10umdT)

v AN 52~57 -

Accuracy of MRN after combined
0.D. run out : below 15um (Target below 10m)

CIEIESSS

EHIY (=R
MD VNI Y ( )

Cutting

condition 124~126~—y

W C
‘ | \\ | ] /
L o , 3} 8 |
! VIRV . S ajc‘lzamjpzsac}e;ﬁ@ J;Ei-‘éh)b?gl:lo-rmg
FSW-3007H 1.2
‘ FSW-3500H 2.0
[ % \ ‘ FSW-4013H 3.0
Lf FSW-5016H 4.0
' FSW-6020 5.0
FSW-8025 6.0
~ ;% (mm) Dimensions WHSF v T g_yggmf': Pfjrtysa:
E & "TE ApEDI e Clajmp Screw Wrench
Cat. No. sok| R |@Dc| Lf |¢Db|MD| C | W @ I
NS s
MBN-100-M6 [ J 5 10 18 9.7 | M6 6.5 8 BNM-100.../BNM-110 |FSW-3007H| A-08
MBN-120-M6 () 6 12 20 | 11.5 | M6 6.5 8 BNM-120... FSW-3509H| A-10
MBN-160-M8 [ J 8 16 23 |15 M8 8 12 BNM-160... FSW-4013H| A-15
MBN-200-M10 ® (10 20 30 | 185 | M10| 8 14 BNM-200... FSW-5016H| A-20W
MBN-250-M12 ® (125 25 35 |24 M12 | 10 17 BNM-250... FSW-6020| A-30
MBN-300-M16 ® |15 30 43 | 29 Mi16 | 125 | 22 BNM-300... FSW-8025| A-40
MBN-320-M16 ® (16 32 43 | 29 Mi16 | 125 | 22 BNM-320... FSW-8025| A-40

) 1. RILSCF v FIFEHFHAALTHIF B Ao BIEBRDHLIZE .
2. EVAS—AYROHEMMIFNLIEP.6%Z TSRIES L,

MBN-H =2 o) | I SO AT 22 Sl Modular head MBN-H type

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

TYPE 9—52 N7UFZE Through coolant hole Vi AN 52~57R—Y

EYaS5—AyRE(HGE—~G) By NED
HARIENFERE: 15umT (BiZ10umdT)

Accuracy of MRN after combined
0.D. run out : below 15um (Target below 10m)

CIEIESSS

“
MD EHIY (O—FR)

Cutting

condition 124~126~—

¢ s
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
FSW-6020 5.0
FSW-8025 6.0
~F & (mm) Dimensions WHSF v T 7—yg7|3’1g§% Pfjrtysa:
2 i S
E & "TE ApEDI s Clamp screw Wrench
Cat. No. Sook| R |¢Dc| Lf |¢Db|MD| C | W @ 5N
N I/ 3
MBN-100-M6-H [ J 5 10 18 9.7 | M6 6.5 8 BNM-100.../BNM-110 |FSW-3007H| A-08
MBN-120-M6-H o 6 12 20 | 11.5 | M6 6.5 8 BNM-120... FSW-3509H| A-10
MBN-160-M8-H [ J 8 16 23 | 15 M8 8 12 BNM-160... FSW-4013H| A-15
MBN-200-M10-H ® |10 20 30 | 185 | M10| 8 14 BNM-200... FSW-5016H | A-20W
MBN-250-M12-H ® (125 25 35 | 24 M12 | 10 17 BNM-250... FSW-6020 | A-30
MBN-300-M16-H ® |15 30 43 | 29 M16 | 125 | 22 BNM-300... FSW-8025 | A-40
MBN-320-M16-H ® |16 32 43 | 29 Mi16 | 125 | 22 BNM-320... FSW-8025 | A-40

) 1. RIS ICF VT FHEHFHAATHIEE o FEESERHLZE L Note) 1. All cutters are supplied without inserts.

2. Please see page 6 for recommended tightening torque.

2. EVAS—AYROHEEFHFFT ML I EP.6Z TSR IEE L,

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

O EEHELIEDREFESE Soon to be deleted




S0P AV Inserts
TYPE

// DIJET

EREENT FIFINTIAIES -

—JUBNM#AZ ] ICCBNF v D Z i TzIC

SAIFv)

Adopted Mirror-Ball CBN insert.

OSEHEINTE KB AEED <Reduced the machining time
IIESRIxEMEN OIEE by high speed cutting.
OCBNFvIckBEERIL *Reduced the hand finishing and
.ggggﬁggﬂ‘ HNETED *Longer tool life.
) RE *CBN insert is regrindable
.Sgg;% T3 FEtRET e (when insert showed normal wear).

7))=[li: 31 Cutting performance

try out times by improved surface quality.

HNIJZARD

Kigg 2%
EE g3

Achieved huge cost
reduction !

Tool life comparison

0.25

o
N}

#HI4++ Material: FCD700 GGG70
KRR Cutting conditions:

n=15000min", V{=1200mm/min,
ap=0.2mm, ae=0.6mm

Z2H UK Overhung length: 98mm

fthtttk Hdn2.6f5!

Compared with competitor's tool, BNM

I
o
a

RAEIFEEFEE(mm)
Max flank wear
o 2
[ [

==@== BNM-300 (JBN245)
=l— A#H(CBN) Competitor A (CBN)

achieved 2.6 times longer tool life.

0 250 500

750 1000 1250 1500 1750 2000

IR (m) Cutting length

o7
™
[ Radius form accuracy
= N of inserts:
&k - < S < below +0.006mm
Regrindable
R+0.006 5 ) T/ 10006 N
o E PVDI—3 /% PVD coated ggr:iggc;gtje% Lﬁgﬁ? C(%w:szjrtj ~f & (mm) Dimensions
e | BN | o%s |dotooo | ETH N5 | R A B C T
BNM-100 ] ] ] (]  J 5 10 85| - 2.6
BNM-110 ( 55| 11 9 = 2.6
BNM-120 [ (] o ( ([ 6 12 |10 - 3
BNM-160 [ J ( J o ( J o ( 8 16 | 12 08 | 4
BNM-200 [ ([ J o ([ J o ( J 10 20 |15 1 5
BNM-250 o ( o PS o ([ J 125 | 25 | 185 1 6
BNM-300 o ( J RS ([ ([ J 15 30 [225] 1 7
BNM-320 [ { [ X () 16 32 | 235 - 7

17 —22{BANTY, 22UHMTEIC100008 KV IBN245(F 15— 1BAYTY,
2 inserts per case, but grade JC10000 and JBN245 insert is packed in 1 piece per case.

) EXEIEIDBS1FICA01 5ZEHERVELE T,
Note) In case of wet cutting. Grade JC4015 is recommended.

C

38R—ID kFyITEMFIFIFDES £2sRBIIEEL),

)

Please see page 38 for Attention to mounting insert.

( @ | X—H—7EER Standard stockitems O : iEE7EEES Soon to be stocked

O : FEENTELIEDREFES Soon to be deleted

@

¥ . SESEER Made to order




Modular Heads ruumee

S0 1AV Inserts
TYPE

Fy O REE
. +0.002mm

Radius form accuracy
4 _— - [ of inserts:
i below £0.002mm

R+£0.002 B
& PVDI—3«>/Z PVD coated ~ & (mm) Dimensions
Cat. No. '(qugygo? R A B T
BNM-100-AAA ® 5 10 8.5 2.6
BNM-120-AAA (] 6 12 10 8
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 30 225 7
BNM-320-AAA (] 16 32 23.5 7
17 —ZMBAUTT. 1 insert per case.
) 1. ERTEIDBEFICA01 5 & HRBNELET . Note) 1. In case of wet cutting. Grade JC4015 is recommended.
2. Fy TS FEOERIF TREISRBLIIES L, 2. Please see below for Attention to mounting insert.
C 38R—ID kFYITHUFFIFDEE #TSEBLKIEE L), Please see page 38 for Attention to mounting insert. )

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




// DIJET

"Mirror S" Inserts for MIRROR BALL

e MBN
EEEREA=S-SFvJ
BNM Tﬁﬁ/ 7(/7-/7 for high hardened

ﬁFEﬁi‘tilf‘”uI[~7_ “_JIIBNM/MBNW,MG. material

SEEMRAR R F Y T EMEICS 1T YT
Series expansion, strong edge MIRROR-S insert BNM-TG type

for MIRROR-BALL BNM/MBN type.

ORVLRHEURE TONITI . PIEERIIT . S DI+ DO RIS tIHI 6 S ETES T SR
[EBVWT NITF—TVRAZERIET DAERIEREF VT,
OSEEM -EENMIFEIFFPVDHE [FIDHI—M ESEEMRAMAFRESED
HEBICKS. #it1iEDH102) ZRA.
O HFAFDIRAICEKY .60HRCEZ R A D SEEHMOERIITLICSVTH.
REGERIA,
N—

e Suitable for severe conditions, such as long overhung length, welding, plunging, and machining different material
at the same time.
e Adopted new PVD coated grade “DH102” suitable for high hardened material.
¢ Adopting negative rake cutting edge achieved longer tool life even high speed machining on hardened materials, 60HRC.

S\ & peAnL=1=0 Feature of "BNM-TG"
BNMTGRSF YT Gl svongoresod)

@

R AARRA

Negative rake

»

90 4=0 Cutting performance

Tool life comparison on hardened die steel (60HRC)

0.5
e =@= DIJET: BNM-300-TG
’ —de— A%t: Competitor A
0.4
#HEI44 Material: =
- O
SKD11(60HRC) 1.2379 (60HRC, hard material) E ~ 0.35 A*itb %IIIJ 1 _3‘% |
BSR4 Cutting conditions: WE s Compared with competitor A tool,
Nn=4,500min"', Vc=424m/min, ﬁ—é : JC6102 achieved 1.3 times longer
V{=2,200mm/min, f=0.49mm/rev, Eg 0.25 tool life.
ap=0.15mm, ae=0.2mm 2= -
{EATE Tool: MBN-300-M16 & MSN-M16-55-532C illé ’
(TE1Z Tool dia.: $30mm) 0.15
ZZH UK Overhung length: 98mm o1
0.05

0 150 300 450 600 750 900 1,050 1,200 1,350 1,500
IIIZ&R(m) Cutting length




Modular Heads ruumee

FyIREE
+0.006mn
< f\ Radiusffprm accuracy

[ J of inserts:
J below £0.006mm
- AHET
\ 7 Regrindable
L CRRL—HEB)

T .| R£0.006 B ‘

3 PVDPEID_CO?;J\JQH DLC %Eﬁ? ~ & (mm) Dimensions

cat. o L Jc2o003 |  FZ05 R A B C T
BNM-100-S [ J o o 5 10 8.5 1 2.6
BNM-120-S () [ ] 6 12 10 1 3
BNM-160-S (] o [ J 8 16 12 1 4
BNM-200-S () [ () 10 20 15 1 5
BNM-250-S [ ] o [ ] 12.5 25 18.5 1 6
BNM-300-S ([ o [ J 15 30 22.5 1 7
BNM-320-S [ X x 16 32 23.5 1 7

i = PVDP%/'[; Oz_t'e’dfyj < & (mm) Dimensions

Cat. No. e D(gggz J({g;()]g P A B C T
BNM-100-TG o O 5 10 85 | 1 2.6
BNM-120-TG 6 12 | 10 15 | 3
BNM-160-TG ° o 8 16 | 12 15 | 4
BNM-200-TG ° O 10 20 | 15 2 5
BNM-250-TG ° O 125 | 25 | 185 | 2 6
BNM-300-TG ( J O 15 30 22.5 2 7
BNM-320-TG O O 16 32 23.5 2 7

17 —R2fBAWUTY, 2inserts per case.
#) 1. E5-SFYFRFES—R—IVERFVITT, TEADEBIRIES—HR—ILEEEFZIS—RK—ILEI15—AYRICEYMLTERALIEE L,
2. BIFEBICOVWTERSYOEHEEMITSHLEDLELEE L,

Note) 1. "Mirror S" inserts is exclusive use of MIRROR BALL. Please use only in MIRROR BALL bodies and modular head MBN type.
2. Regarding the regrind, please call our nearest distributor.

( 38R—ID kFvTEUTIFEHFDES 2TSBLIEEL),  Please see page 38 for Attention to mounting insert.

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




// DIJET

—E AN &l "Mirror 8" Full radius type Inserts for MIRROR BALL
TYPE

HNEICZA L —RERS DY T&L\QRH/ME}“’ Adopted full radius geometry without straight edge.

OREZ180EL EERAT 3T (9—EY I L—RE) ICRiE, ®Best suite for machining over 180 degrees radius contact.
S - - = For example turbine blade machining.
OAHRARL =MD TEWV e I TEITICSVWTHHERREY ° B : . )
e ) Full t .
COUNERTE S, ull radius geometry reduces chattering problem on machining vertical wall

{EF R (BNM-SHZ) ED5ELY  Insert geometry comparison

ke =S5—SHERAN—RAFEI D) MG =5—S(£RY 1 7)) BNM-S-RFZ
* BNM-SH2 (With outer =2 (Full radius type) 200ETIVU7

straight edge) 2’:"&-6‘
FyIREE

\ +0.006mm

1 (RRL—REB)
(Straight cutting edge)

ZiREE

® Radius form accuracy guarantee of
10 area by globular 200 degrees.

/

FyIREE
+0.006mn

) Radius form accuracy
)
\

of inserts:

A below £0.006mm
| BREAD

10° | Not regrindable
T | R£0.006 \B*)Mk

B E PVDFE/ID_coz_;e:j{yﬁ ~ & (mm) Dimensions

Cat. No. JC8008 (z10) R A B T
BNM-100-S-R [ 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 [ ] 12.5 25 18.5 6
BNM-300-S-R [ 15 30 22.5 7

1 —R2{BAWTY ., 2inserts per case.
1. ES5-SFYFRFES—R—IVERFV ST ERADKRIF=S—R—ILEREF Note) 1. "Mirror S" inserts is exclusive use of Mirror-Ball. Please use only in Mirror Ball

=SS—R—=ILEIV15—AYRICEYy UIERLES L, bodies and modular head MBN type.
2. S5—S2RIA TBNM-SRFIF. SRR DI=tb BHBN I A TEFEE Ao 2. Full radius type / BNM-S-R can not regrind.
g HESE(S

a . .. TEZ (mm BTSNV
*9‘97521‘]”‘55@&% *Attention to mountmg insert Dim;s(ions J Recommended Torque

1. RILI FvTEEDER. 1. Clean the insert seat carefully. @ Dc N-m

2. FyFDiER. I CEER. B FNDBNRETE) 2. Clean the insert, especially hole and location face. 10 1.2

N . B 3. Change the clamp screw when the screw gets worn out. 12 2.0

3 _ e e

- @ﬁ@,}?}bb\u Vm)yl\\lgg?[:‘fi%bt<r:“ We 4. Do not tightened the clamp screw too hard. 16 3.0

4. U=XRILMBEH T ERNESICERL TS V. Recommend to use Torque control wrenches. 20 4.0

~MLZa>bO-IWL Y FOERZERRENELETD, See the right table for recommended tightening torque. 25 5.0

HEHRT NI BERSR (ee table) ® 22

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




MOd U I arl Heads FULL LINEUP

s e e s s T T

FEPC 5 & DR LI Modular head MRN type
TYPE

TN 55 —57~—>) CIEL g;'*;;,",gon (127~132~—9)

';'7H\Rl\l\_ﬂ‘35“y7ffﬁ_ﬂ§ YIncert No: HRM type

EVaS—AYREGEE—RE) v EFD Accuracy of MRN after combined

SEHRENEERE: 15umiA T (E1E10umIdT) 0.D. run out: below 15um (Target below 10pm)

d—FR¥EE: £0.015mm Corner radius accuracy: 0.015mm

A RNMAEF v 7B Selncert No: RNM type I 1W(Ea-HR) AL

D aa e GRE—ifl) 2 M EEHEY Sl )( IR) T’b’JHJUI HENT J7JJ|/H|]I

Accuracy of MRN after combined
SRIRNIEE: 15um T (EE10umlT) 0.D. run out: below 15ym (Target below 10pm)

g e B c
MD
. 7% . o5uTnUES [ERMLONm
Clamp screw torque
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
(HRMJEF v EFE8) 3° (RNMPZF TSR 1° Fewistes 50
~ & (mm) Dimensions ST v T 9“/%?19 L?E& Pallitj .
A i A =
e & TE Applicable inserts Clamp screw | Wrench
Cat. No. Stock| ¢Dc | Lf |¢Db| MD | C W
o & s
MRN-100-M6 ® | 10 18 9.7| M6 | 6.5 8 |RNM-100-..., HRM-100/110-... FSW-3007H| A-08
MRN-120-M6 ® | 12 | 20 [115| M6 | 6.5 8 [RNM-120/130-..., HRM-120/130-... [FSW-3509H| A-10
MRN-160-M8 ® | 16 | 23 |15 M8 | 8 12 |RNM-160/170-..., HRM-160/170-... |FSW-4013H| A-15
MRN-200-M10 | ® | 20 | 30 | 19 M10 | 8 14 |RNM-200/210-..., HRM-200/220-... |FSW-5016H| A-20W
MRN-250-M12 | @ | 25 | 35 |24 | M12|10 17 | RNM-250/260-... FSW-6020| A-30
MRN-300-M16 | ®@ | 30 | 43 | 29 M16 | 12.5 | 22 [RNM-300-... FSW-8025| A-40
MRN-320-M16 | ® | 32 | 43 | 30 M16 | 12.5 | 22 [RNM-320-... FSW-8025| A-40
) 1L RIS ICF VT RBIEIFHAATHIE R, BIESRHLEEL, Note) 1. All cutters are supplied without inserts.
2. EVAS— v ROMEF AT NLIFP.6ETSEBLIIEET L, 2. Please see page 6 for recommended tightening torque.
RN = L Dby O S b ) 8 Modular head MRN-H type
TYPE g9—-5 I\}\ﬁﬂ‘ Through coolant hole ILEIET g;l;tcl:lr:t?on 127~132~—Y

HRMASF > TR YeIncert No: HRM type

EVaS—AvREGEE—R) v FD Accuracy of MRN after combined

SHEHENEERE: 15umiA T (E1E10umIdT) 0.D. run out: below 15um (Target below 10pm)

d—FR¥EE: £0.015mm Corner radius accuracy: 0.015mm

Y RNMSF T BRI Jelncert No: RNM type 1B [ .

T3 AR E GRE—) 2y NS yp: . SEEHAY T J(] 1R), T’b’JHJUI BHEAIT ’\J7J)llﬂ[lI

Accuracy of MRN after combined
SRIRNIEE: 15umT (EE10umlT) 0.D. run out: below 15ym (Target below 10pm)

J—7FR#EE: £0.010mmIUAT Corner radius accuracy: within +0.010mm
ERRNFEE: S5um T Bottom edge run out: below 5pm MD
_/
I | S| 77;7;2', 6 IS5 TRUKEE }‘EﬁHl/Q(N m)
A -f----- S Clamp screw torque
— FSW-3007H 1.2
FSW-3509H 2.0
,\ | e
(HRMEF » FGEF) 3" (RNMFEF o ZRFE) 1° E SRS 20
~ & (mm) Dimensions WEF v g—yﬁl;nt?% PT/rt;g.
” i i =
e & TEE SO T Clamp screw |  Wrench
Cat. No. Stock| @Dc | Lf |¢pDb| MD | C W Q’
o & s
MRN-100-M6-H | ® | 10 | 18 97| M6 | 6.5 8 |RNM-100-..., HRM-100/110-... FSW-3007H, A-08
MRN-120-M6-H | ® | 12 | 20 (115 | M6 | 6.5 8 |RNM-120/130-..., HRM-120/130-... | FSW-3509H| A-10
MRN-160-M8-H | ® | 16 | 23 | 15 M8 | 8 12 |RNM-160/170-..., HRM-160/170-... | FSW-4013H| A-15
MRN-200-M10-H| @ | 20 | 30 19 |M10| 8 14 | RNM-200/210-..., HRM-200/220-... | FSW-5016H| A-20W
MRN-250-M12-H| @ | 25 | 35 |24 |M12 |10 17 | RNM-250/260-... FSW-6020| A-30
MRN-300-M16-H| @ | 30 | 43 |29 |Mi16|12.5| 22 [RNM-300-... FSW-8025| A-40
MRN-320-M16-H| @ | 32 | 43 |30 |Mi16|12.5| 22 [RNM-320-... FSW-8025| A-40
F) 1. RIS ICF VT RBHEIFHAATHIE . BIEERHLIEEL, Note) 1. All cutters are supplied without inserts.
2. EVaAS—AwY ROHEHESITNLIIFP.6ETSEBLIIEE, 2. Please see page 6 for recommended tightening torque.

@ ( @ | X—H—7EEmR Standard stockitems © : iEATEER Soon to be stocked O : EENBELIEDRERESE Soon to be deleted




// DIJET

ORNM-[JJ[J-R0ODIFH

J—7FRFEE
\‘ij | fi’\ 10.681 Omm

| ST Corner radius accuracy
of inserts:
below +0.010mm

S0 (e AV Inserts

—0.020
—0.020

A 0
\
|
[
\
A 0
\
|

[ ipe 7oe
.T.| r+oo1o B b r x/‘ B |

Cornar radis: below 0. 1mm
PVDI—7¢v5 |[ZAVi@Eesl < 3% (mm) PVDI—Fv5 |ZiviEEes| < 3% (mm)

e & PVD coated Diarmond| Incoated Dimensions W & PVD coated Diarmond! Incoated Dimensions

it polossionton 8 18 r[s[ao[r = jaslhaconln |r s]als]
RNM-100-R0 ® X RNM-200-R15| © | O | ® | @ ® 15
RNM-100-R03) © | O @ | @ ® 03 RNM-200-R200 © | O @ | @ ® |2 6.7/20/15| 5
RNM-100-R05| © | O | ® @ | ®@ | ® (05 3311018526 RNM-200-R30 ©) [ 3
RNM-100-R10| © | O ©® @ (@ | @ |1 RNM-210-R03 O [ 0.3
RNM-100-R15| © | O @ | @ ® 15 RNM-210-R05 ©) [ 05 67121 15| 5
RNM-100-R20) © | O | ® | @ @ 2 RNM-210-R10 @) [ 1
RNM-120-R0 [ X RNM-210-R20 O o 2
RNM-120-R03)| © | O @ | @ ® 03 RNM-250-R0 [ ] X
RNM-120-R05)| © | © @ | @ | @ | @ |05 41210 3 RNM-250-R03| © | O | ® | @ 0.3
RNM-120-R10| © | O ©® @ (@ | @ |1 RNM-250-R05| © | O | @ | @ 05
RNM-120-R15| O | O @ | @ ® 15 RNM-250-R10| © | O @ | @ 1 18.3|25(18.5 6
RNM-120-R20| © | O | @ | @ @ |2 RNM-250-R15| © | O | ® | @ 15
RNM-130-R03 ©) [ ] 0.3 RNM-250-R20 © | O @ | @ 2
RNM-130-R05 @) ® 05 411310 3 RNM-250-R30 O [ 3
RNM-130-R10 @) [ ] 1 RNM-260-R03 O o 03
RNM-130-R20 ©) [ ] 2 RNI-260-R05 ©) [ 05 83196 185 6
RNM-160-R0 ® X RNM-260-R10 O [ 1
RNM-160-R03] © | O | ® | @ ® 03 RNM-260-R20 @) [ ] 2
RNM-160-R05| © | O @ | @ ® 05 531612 4 RNM-300R03 © | O @ | @ 03
RNM-160-R10| © | O | ® | @ o |1 RNM-300-R05| © | O | ® | @ 05
RNM-160-R15| © | O @ | @ ® 15 RNM-300R10| © | O @ | @ 1 101301225 7
RNM-160-R20) © | O | ® | @ @ 2 RNM-300-R15] © | O | ® | @ 15
RNM-170-R03 O [ 0.3 RNM-300-R200 © | O | ® | @ 2
RNM-170-R05 ©) o 05 53117112 4 RNI-300-R30 ©) [ 3
RNM-170-R10 @) [ ] 1 RNM-320-R03)| © | O | ® | @ 0.3
RNM-170-R20 @) [ ] 2 RNM-320R05| © | O @ | @ 05
RNM-200-R0 o X RNM-320R10| © | O @ | @ 1 10732 o35 7
RNM-200-R03] © | O | @ | @ ® 03 6720 15 5 RNM-320-R15] © | O | © | @ 15
RNM-200-R05| © | O @ | @ ® 05 RNM-320R20| © | O @ | @ 2
RNM-200-R10| © | O | ® | @ o |1 RNM-320-R30 @) [ 3
15 —220BAUTY,  1f2UMTEICT 0000 15— R 1BALTY. % : 3—FRO.1LLTF Corner radius: Below 0.1mm
2 inserts per case, but grade JC10000 insert is packed in 1 piece per case.
%) JC5015[$JC8015I2, JC5003(JC8003IC. IEABE RO ZFETT .
Note) JC5015 will be replaced by new grade JC8015, and JC5003 will be new grade JC8003.
( 38R—ID kFYvITEUFFIFDFE £TBHRLIEEL),  Please see page 38 for Attention to mounting insert. )

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




Modular Heads e

S0l Inserts
' .

:/—

J—7FR¥EE
H C(ARL—HKEB) 10_01 5mm

Corner radius accuracy
of inserts:
below +0.015mm

3~

PVDI—F«>% S imensi
= PVD coated ~ 3% (mm) Dimensions
Cat. No. JC8015
(Z10~20) ®Dc r B C T
HRM-100-R20 () 10 2 8.5 0.3 2.6
HRM-110-R20 o 11 2 8.5 0.3 2.6
HRM-120-R05 O 0.5
12 10 0.5 3
HRM-120-R20 ([ J 2
HRM-130-R20 o 13 2 10 0.5 3
HRM-160-R20 o 2
16 12 0.5 4
HRM-160-R30 o 3
HRM-170-R30 o 17 3 12 0.5 4
HRM-200-R20 [ ] 2
20 15 0.5 5
HRM-200-R30 ([ J 3
HRM-220-R30 o 22 3 15 0.5 5

15 —22fBAITY,

2 inserts per case.

F) HRMEEF Y FI3E5—SY T AL VRSIVBEY vV IFIRES5—5I P AEI25—AYR(P.39) [CEY ML TOTHEREHRUE T,

Note) Recommend to use HRM inserts combined with Mirror Radius End Mill carbide shank body or Mirror Radius modular heads (page 39).

(

38R—ID *FyITEFIFRDES £2sBIIES L,

Please see page 38 for Attention to mounting insert.

=5—-5I7A

F=N\=YALZXF v ITDHER
A—N—Y A XF v T ERICEY T DD HAH

[EXBRILIBRVT—I DIEEZERSILE.

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

JUTPSIR
0.5mmbl EmE

Clearance
necessary more than 0.5mm

F—N—YAXFvS

Over size Insert

@

@ | X—A—7EEER Standard stock items

O :EBFEEm Soon to be stocked

O EEHELIEDREFESE Soon to be deleted




A/ oroET
S0P AV Inserts

OREEH L LOBMEEE - ME LFMIA __CRhL—hE) J—F RAE
Side & bottom face finishing for high hardened steel. ‘ ‘ +o 01 5mm

1 Corner radius accuracy
of inserts:
/ 9 below +0.015mm
oo | B
\ . O
S
/
< 1& [ S
u

'\<9
o 2 /
T \ , B ”

3
OHERHRMEEF v TEVAHEAZ L — MBEIERIITICEUEREICT R EICEY, Ffi - AT S LUVENEERIF

Longer periphery straight edge than conventional HRM insert achieved longer tool life, better surface roughness and deflection
on vertical wall application.

PVDO—5+>Y G s -
& PVD coated ~ % (mm) Dimensions
Gat. No. JC8015 | JC6102
(z10~20) |  (z01) ¢Dc r B C T
HRM-100-R05-F ® ° 05
00-R05 . s - »
HRM-100-R10-F ° 1
@ HRM-120-R05-F ° ° 05
-lethit 1
@ HRM-120-R10-F ° ° ” o . .
HRM-120-R15-F ° 15
HRM-120-R20-F ° 5
@ HRM-160-R05-F ° ° 05
@ HRM-160-R10-F ° ° . 1 ” , \
HRM-160-R15-F ° 15
HRM-160-R20-F ° ° >
@ HRM-200-R05-F ° ° 05
@ HRM-200-R10-F ° ° 1
HRM-200-R15-F ° 15
HRM-200-R20-F ° ° 5

15 —R2fBAWUTY ., 2inserts per case.
i) HRM-FREEFY T I3ES—SYP7 AT VREVBBEV YV IFFES—5I T AEI15—AYR(P.39) [CEy U TOTERZEHELE T,
Note) Recommend to use HRM-F inserts combined with Mirror Radius End Mill carbide shank body or Mirror Radius modular heads (page 39).

( 38R—ID kFYTEUTIFIEDER ZTSHBLIZEL),  Please see page 38 for Attention to mounting insert. )

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




FULL LINEUP

TSI RSTd EYaA5—AYR/ @_1

A28 Modular head MDB type "Back Draft"

SRNOEEREERS SO AEBOSE - SESME HFNTE

1. RyyMIZ AVYAIII. 52 VNI EDZiEEF I T HOTEE
2. FyTHER . NV1—O—M Y =X BLUCBNDIEREES AV F v
3.BERFYINUI—Yay: RIVI—RIALTFITNA.
@53t EIFEHEESE_ EADT 1 /S\—1tE3mm¥% « 7 (XRAZIX) DBD-307
OARAZ2MMD I SYRAILEY . FyTMIERAGUTARS FURADL LIFININTE,
E—ILRR—-ZADEAKAERF L EFINTICKERDBD-FAZ
BSAVFvS
1. For high speed and efficient finishing on reference surface of hottom 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:
eDBD-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 & hottom face at once!

7))=[li:4:1 Cutting performance

TE%Z Tool dia. : 40

7—I\ Arbor : MSN-M16-55-532

#HIF Work mat'l : S50C (C50) AdtH

EIHIZ4 Cutting conditions : 1/5DEHEE
Vc=400m/min, f=0.6mm/rev, 1/5 of Competitor A
ap=0.2mm, ge=25mm surface roughness

ZZHURE Overhung length : 2=95mm

S5k Down cut, 38 Dry

X#y - DIJET: 3N

A%t Competitor A : 6N

DBD170408 Competitor A
(CX90)

Surface roughness comparison on side surface

TE1Z Tool dia. : $40 A*:I:l:t’.‘
7—I\ Arbor : MSN-M16-55-532 #91 /20)E1}Hl§
#HIF Work mat'l : S50C (C50) . 1/2 of Competitor A

surface roughness

EIHIZR4 Cutting conditions :
Vc=400m/min, f=0.6mm/rev,
ap=1.5mm, gae=0.2mm
Z2HUR Overhung length : 4=195mm
&' Fwhk Down cut, #3L Dry
F#y - DIJET: 3N
A%t Competitor A : 6N

DIJET Att
DBD170408-F Competitor A
(CX75)




S/ orET
AR el K Dk T2 a VA 8 Modular head MDB type

9—5 2 N Through coolant hole TN 52~57~—y) @IE LS 133~137~—y

- . .
MD
7(_\ TEEIY Aoy HAEIAIT
D; / = 1 N ’\U7JJ|/7J|]4 ET
O -

TYPE

A,
|
|
|

\§
|
|
|
|

]
3.5°
& (mm) Dimensions WnF v _ = %ﬁ': Parts
B OE 75| I Applicable inserts %laj me Z?r?vbj Vl\fr;] 2:]
Cat. No. Stock iﬂgé r‘;fs ¢Dc | Lf |¢Db | MD | C W @ “
/\
MDB-1020-M10 o 1 20 35 19 M10 8 14 DSW-4075| A-15
MDB-2025-M12 [ ] 2 25 35 23 M12 10 17 DSW-4075 A-15
MDB-2026-M12 | @ | 2 | 26 | 35 | 24 | Mi2 | 10 | 17 | pSDUOO0  IDSW-4075  A-15
MDB-2032-M16 o 2 32 43 30 M16 12 22 5% DBD170408-F DSW-4085| A-15
MDB-2033-M16 ®| 2 33 43 31 | M16 | 12 22 DSW-4085| A-15
MDB-3040-M16 o 3 40 43 32 M16 12 22 DSW-4085| A-15
) 1. LS ICF v T HEFAA THIE L e BEEBROHLZEL, 559 7R0KE | EENLS (N-m)
2. BV 15—~y ROIEGHINLIEP.6ET SR, Clamp serow___| | toraue
Note) 1. All cutters are supplied without inserts. ggm:g;g gg

2. Please see page 6 for recommended tightening torque.

% FvFDBD170408-F{ERIFDIMEF. FFFMEGDCK0.24mmINE LRI ETD,
% In case of using DBD170408-F insert, outside diameter becomes 0.24mm smaller than Dc.

b0 eV Inserts
TYPE

EE{t EITH [EE{T EITH [RE{ LIS -EfEEE LA EEEERRTLITINTA

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)

| © [ :
S 16.669
. PVDOI—542J CBNFv~ H—Xw
& PVD coated CBN insert Cermet
Cat. No. JC8003 JC8015 JBN500 CX75 CX90
DBD170408
([ J o [ )

For bottom face finishing

DBD170408-30
REL L EES A LA ° °

For bottom face finishing &
better surface roughness

DBD170408-F

EEEERR L I A [ [ )

For finishing side &
bottom face at once

1—=Z10BANTY, F=rRUMTEIBNS00IF 1T —AMBAWTY, 10 inserts per case, but grade JBN500 insert is packed in 1 piece per case.

) 1. CEAOKIUTE—F v FERUMIFTTLREE WV RB2Fv T ZRELTCDERRTEE B A
2. DBD170408-30%fEMA S B ART A N—ICKUBIHRESDC—3. TmmENELIZNFT

Note) 1.In case of installing the inserts to body, do not mix with different kinds of inserts. Use only same kinds.
2.In case of using DBD170408-30 insert, effective diameter becomes Dc-3.1mm.

[ @ | X—A—7EEm Standard stock items O : iEBTEER Soon to be stocked O : EENELEDRERESE Soon to be deleted } m




Modular Heads e

| AR T =y 21T VEIA5—-AYR

IvTIYEEO Modulaﬁead ﬁOF type "Finish-One" G-B@d‘y
ERR-ZAEATLEIFINIICBVT, EVEBULLLIREYIEE
INSLET, NIEEESS SUCIITEEZ1 umTICTES

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

1. 18 DOEREAICEN TEDEINDREESZ (TR 1. No influence of the tool deflection by adopting the single edged blade.
2. TR IEAARREIRIC KV FEmEE EIFHOlRE 2. Possible to achieve specular surface finish by large radius shaped

v " =~ wiper edge of endmill.
3. FYTHEFY—Xy "E’L(§‘3:'_ T4/ 7_}7Ei§?REIﬁE 3. Longer tool life by adopting cermet and coating cutting edge.
4. FyTOMINGEEEREILTZI T I50 THEERA (017 AL) 4. Adopted double clamp system, fastens the insert strongly(¢17,$21).

( ED A EIEFEEDIBEHE Mechanism ﬁ:ﬁj‘m?
G-Bod|
4 TENRE DcD3E~10Z
R=3~10XDc
Large radius shaped gﬂiﬁﬂﬁiﬁmffﬁ
wiper edge ; I

VIR )
MIEyZisuE e
Pick feed

TEHNEDRR70%DEY 7EITH IITEAES 1 umA FOHEIITA TEE.

The specular surface finish 1um or less can be processed by pick feed about 70% or less of tool diameter.

SITIWISVT

Double clamp system
A))=[1: 318 Cutting performance

AR Material: RZRES50C (447) Carbon steel (C50) N=4.775min"
T8 Tool: T-FON1200(¢20) N\QL’(:Zl\ Mist )
FwFH45&E Grade: LDGW 120308 (CX75) -

ap=0.Tmm ae=10mm

EDDEWVNICKDED S RIEFASLER Feed direction EDDEWVNICKBEY IS REFESLEB Pick direction
8 6

5 /
//\\ ~ -/

I

EHEE (Rz um)

EHEE Rz um)
_ N W s~ YN

\ 3
2
1 W
A i — " N L ili—
I I I L L L | | | | | |
0 0.05 0.1 0.2 04 0.6 0.8 1 0 005 0.1 0.2 04 0.8 1
f(mm,/rev) f(mm,rev)
= T-FON 1200 CX75 —@— {ERDFERB/RTYRI)L+I—F VT Fu T ’ == T-FON 1200 CX75 =@= {tROFHEZJR LY RSIL+I—F (VT FyT ‘
Conventional indexable end mill Conventional indexable end mill
FTEICKDMIFFHLEER Tool life comparison MIE RS Surface roughness
0.1

o
o
e

Kk T EEFEE (M
g

)

. f=0.4mm/rev
E 008
= / Rz=0.59um HITEEE=0.74um

o
o
o

=y
Hx.

0 1,125 2250 3375 4500 5625 6750 7,875 9,000 T N . — |
HITERE (cm?) T-FON#R: ERDAFEZIRH TV RV
(CX75) Conventional indexable end mill

“=@== T-FON 1200 CX75 === 2NN T YR +D—F1 VT Fv TS
Conventional indexable end mill




TYPE

X T1=

I—=S5U N \{j* Through coolant hole

// DIJET

kb WE DL 2 3 Modular head MFO type

v AN 52~57~—v

Cutting

SR

condition

X & (mm) Dimensions WiSF v T I 2 pars
. i ; I5V7R0 (o5 TN LYF
e & TE ARl T Clamp screw | Clamp set Wrench Fig
Cat. No. Stock| @Dc | pDe | Lf |¢Db| MD | C | W “ '
aE @ @ @ >
Eff. dia. /
@ MFO0-100-M6 | ® | 10 | 7 | 18 | 9.7 M6 | 5 8
LPGW090204 CSW-2547 = A-07 1
@ MFO0-120-M6 | ® | 12 | 9 | 20 |11.5 M6 | 7 8
MFO-170-M8 | ® | 17 |13.5| 40 |16 M8 | 7.5 | 12 CSW-406H
LDGW120308 DCM-18 A-15 2
MFO0-210-M10| ® | 21 |175| 40 (20 |M10| 8 14 CSW-408H
) 1. RIS CF VT FHEFAATHIEB Ao BIRBRDLIZEL = T
2 BT a5 N OREBHO LI IP SR CBR LY, e
3. 9ISV TR A FERRICIEFY TR IEEZN T TSRSV, (P.781) CSW-2547 0.9
Note) 1. All cutters are supplied without inserts. ggw:gg: gg
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).
TYPE
S
° 4 8
/Q‘@
3
A T /
PVDOI—F«42J |U—Xwk 3 W
OB YERT PVD coated i ~ & (mm) Dimensions
Gat. No. Tolerance| ~ jcg102 | JC8003 | CX75 A B T a re ®D
@ LPGW090204 G [ [ ] 9.525| 6.35 2.38 11 0.4 2.8
LDGW120308 G ( ( 12.7 9.525 | 3.18 15 0.8 4.4

1 —=22BAY) TT, 2inserts per case.

@ @ X—HA—7EEER Standard stock items

O : EB7EEES Soon to be stocked

O FEEHIE L IED REEBEE Soon to be deleted




MOd U I arl Heads FULLNEUP
A=a2—=I\YI 7UE TF—=RANAYY EI2S5—AYK @_'
- Modular head MPF type "New Back and Forth Cutter" -

NYIT7VRIT#x—2R (1FE) MIIC K 2(EDFEEENM T H I FE

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

1 S&-SRENINTE Wt EFEETSSTHNGEE: EFES0.01mmEIR ——

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

MIGFEDWNE

'q ' 4

N
. i | d method: b dd
() v || (Y ETEMAT) oot g
@INTEFREHRL @I TEFREHHELY
OfEIN. SbHHPIL QN SRbHHT
HEEHEL HEEBRL

®Short machining time

®Excellent surface roughness
and deflection & waviness
are perfect.

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

2 SARENOEEN

Easy to adjust the 0.D. run out.

SARNDRARSE
STEP1 STEP2 % EICT onthe machine
L[ 5icty b @F —NEBES ¥ TIRNEHEL.

—BEWVWFYTZEELLE T, XIC,
BEWFYIESI7ILARRUZRSD
CATIRNZEVWFYEEUICKRS
KIICFHAET B,

C OB, A—RNUyItyRRIVNE. 53E
ICHRDITIFARRETIT > T EE W |
GRUTHEDBZNTLIEE,)

@IRNIFHRBREVINZ TEHAT %,
(0.01TmmIA ™  EiZ0.005mmELT)

&S

TO— eobmns —@
—

Set bolt
- SUTIVBERY

N ?Cal%ialadjustable
rew

)
N

DH—bUyIDSIPIVRBRLESNTEHTHL . @
@N—hUy VRECREN TERVESICBLT, £y
I MERDITD. SO, Y MRILME Lon s

DI TN,

@hvINEZE  P—N\IcEY T D,

(Loosen 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.

(@®Measure the 0.D. run out on the machine, and it is based on the highest insert.
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 FvIHEIICBNBREFEE N1 —T— M EEEERE

Fv IR EREENTAICRERCBNEHEFEMEFEECBN - (/\U1—0—~) ZRAL (JC8003)

D 2R Z IR HETE R

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.

/] BROEHIE

FyFISVTRUESI7ZIVRBERUDL Y FREADRS. BT FABIER . o IVENSKEXT

E—&RGm7Z{EA.
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.

@—J




// DIJET

e A AN S S A P g AN Modular head MPF type
7—IX Arbor DEER 139~x—y )

c MD
o -/
e e « v I et M
é {@H ‘ N 1 2
el [}
o
7 =~ ~ & (mm) Dimensions
e & TEEE| RE| V-3V MR :
Cat. No. Stock | No. of |  Coolant ¢Dc Lf ®Db MD C W
inserts hole
MPF-2030-M16 | @ | 2 | U 30 50 28 M16 125 22
MPF-2033-M16 | ® | 2 | UL 33 50 32 M16 125 22
MPF-3040-M16 | ® | 3 | &P 40 50 32 M16 13 26
) 1. RIS ICF VT FEHFHAATHIE B o FEEBRHLIZE L, Note) 1. All cutters are supplied without inserts.
2. EVAS—AYROHEEFHFFMLIFP.6ZTSRBLIIEE L, 2. Please see page 6 for recommended tightening torque.
MPF [ s57>> TR0
TYPE
DPGT0903-W3 5)/\ DPGT0903-W3 .

JBN500 “ — JC8003 ©

PV et~ o
B = s coate inser
Cat. No. Tolerance JC8003 (Fft_EIF -1+ EIFA) JBN500 (Bt EI(FA)
Semi-finishing to finishing Super finishing
DPGT0903-W3 G [ o

1 —=210BANTI, I=ZUMIEIBNS00IF 15 —AMEAW TY,
10 inserts per case, but grade JBN500 insert is packed in 1 piece per case.

MPF Parts

FvIISDTRU 5]
s N—KUYISI7 )L o
3 S~ . [AENG) w3 = . A=Ky H—hUyItyhk
FITISVIRC | g _egsvrn | PTMYYY _ mRaU EYNRILR RILNE L LT
SIEIEL Y HERUALYF CaLlllys Radla][ ZAIEEE B, Set bolt for cartridge Wrench for cartridge
Wrench or cartridge
#ENLD
& Racommindad % ":}"’@) & 5 W
e N2 &
DSW-307H A-10SD SDGPRO9CA-PFC RSW-05008 HCS5-10 LW-040

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




Modular Hegls emmen

U=

200 b DAL Pkt 2ta1 Sl Modular head MCM type
TYPE

7—5~J|‘l\ﬁ'=\" Through coolanthole mm 52~57~—-v ) ) IET S Eg:,ij?gon

4
) OHEHYIITH ®For chamfering
G B@dy @R ACSFTHITOIAE  eMaximum chamfering size: 5mm ,l U i
& Y EEUNT A ERUIT

| [

e
- |

Fig.1 MD

MD
/ . /
= N  — rl S S || I——— S
—————— I § i
C
S ] -
-39 /\3{ - ij::::dé 32 1t ﬂ(é
4 J
LNV N C — C
2o 5>
Lf Lf
~ & (mm) Dimensions 8 T Parts
& ([Emum|  ERERODE Gampaew| wrenen |-
No.of | Applicable chamfering diameter :
Cat. No. Stock ingerc;s i ®D1 dDc| Lf |¢Db MD| C | W “
KREWDO | EEED N
Top face Reverse face /
MCM-0919-M10| @ 1 ®»8.5~019.6 | <] Impossible |20.2| 8 | 30 |18.2|M10| 8 | 14 CSW-407 i
MCM-192-M10| @ | 1 |$185-¢296 $21-$296 302 18 | 30 118 |M10 8 | 14 |yupy, |, .0 |2
MCM-2535-M12| ® | 2 |¢24.5~¢35.6) ¢26~$35.6 362 24 | 35 |24 |M12| 10 | 17 [38Nm '3
MCM-3343-M16| ® | 3 | $32.5~¢43 | ¢33-¢43 |44.2| 32 | 43 (30 |Mi6| 14 | 26 | 4
) 1. RV EF v FBIEFHFAALTHINER Ao BHEBRHLIZEL, Note) 1. All cutters are supplied without inserts.
2. EV2S—AYROHERHFFNLIFP.6ETSRIIEE L, 2. Please see page 6 for recommended tightening torque.
WinFvD BLEEHS
TYPE
i RO.8
i
| d L
NS | |
¥ 14°
STy
Cat. No. Tolerance JC5015 JC5040
IM-SP32GS M o o

1 —2Z10fBA)TY, 10 inserts per case.

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




// DIJET

[|SAYE (EY25—AvEF) '§ |

LA Solid modular head "S-Head" SMSA type o

Features

1. Z=IVBEV vV I 7 —/\[TEE—#& ] (CETFTIEEIE A —IL 1. Solid multi-edge end mill that carbide shank can set.

BE-SITRAILTEI21S5—"YRK,

2. For general steel, difficult to cut materials such as

. — A SATF VLA, MASE-FIVESDE R SHEE heat resistant alloys and titanium alloys.
IIFETHR.

2
3. TSRS (Fl: e—UYIIIIICE39—E YD L —REEt and die & mold finishing.
4

EIFT) P28 -EPGROIIE L E(FIITHOTEE,

3. Possible to finishing by heel cutting for turbine blade

4. 16 to 32mm dia.(corner radius R0.5-R3) / No. of

. $16~032(3—FR0.5~R3) /BB D iHik (857 -64gm) "o OO

CIEIMICEBNTS T ILIRI TR

Excellent cutting by positive geometry

BEDSIT AR

Original radius shape

oU—RZJIA=HE T
HZHRA

ORFEE: £0.02mmIATF

Adopted helical lead gash from

R1 or more.

Radius form accuracy:

Below +0.02mm

MG E-F 5 EEFORCERDEVENNTRORMS MR . SE OG- REfmZERIR
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.

fRElIC LD ERIERY dssrdmEs)
Ground high rigid screw (Patent. Pending)

|-.'I"Ui't"m'n‘-'nn‘.
[ L MMM

BYUIRUREU  High repeatability on )

it - MEEHICEN: [NV 2—3— M RA BT E5E mounting

Adopted high thermal resistance DV coating

o —|VEEY v+ I 7 — I\ [TAE—#] v MO ERN

WASE - 79 ARSOUHMEICHUENHEREERT ME0.015mmbL FORS MMM EEL THEND

Excellent thermal & wear resistance against heat resistance alloys and Ti alloys.

OfZEUFEE: 0.01mmIUT
0.D. Runout: Upto 0.015mm  Repeatability: Below 0.010mm

ZHHEICEY The high efficiency machining)
SHEELIITH TIgE by multi cutting edge.

EEINTL - ENICSVTHEE - SEERGE EFMIN a5
High accuracy and efficiency finishing can process in bottom and side cutting.

AERES;HIC KD SINI 5SS Long tool life by internal coolant supply

EIZFIAURINIFICIY RSILPREBIVASBIEHZITS CEICIVRFRZERIR
Long tool life is achieved by coolant through the center in case of using end cutting edges.

TV THEHEICEBN: Excellent chip evacuation)
LOWEHIFXvvIais v  bywider end gash pocket

ZAL—RCEAIVPI KT HHTE SYEY I NTERFSHMIC KB EFITIH TR

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 EFEIEIOmmBS

A4 Material: SSOC €50 (1049)
BIRIZRAF Cutting conditions: Dc=16mm, N=6000min"', Vc=300m/min, V{=2000mm/min, fz=0.04mm/t, @p=8mm, 8e=0.05mm
Z2HH UK Overhung length: £ =70mm, L77—2J'0—, Down Cut by down cut with air blow

(1m) 200
13'8 - IED 75 Feed direction
5.0
0.0 s prt s
—50

. Ra: 0.72um
o » ( Rz: 4.64um

0.5 1.0 15

20 25 30 35 4.0 (mm)

0
150 mﬁﬁwdilcuﬁuu

Rz: 5.97um

0.5 10 1.5

20 25 30 35 4.0 (mm)




MOdUIar Heads FULL LINEUP
SMSA

SN WA DAL DA N2 9 Solid modular head "S-Head" SMSA type

TYPE 9—5> RFUTFTE Through coolant hole el 52~57~—v ) E)E Egggi‘tﬁlon 141~142~—9

II . w o / R Faio  MEHIDE—FR)
& i SR S A r‘
niNg ﬂ i

BEEALT
o ]

n_inNA4s° r
Helix angle: 45° T 2=1X¢pDc
~ & (mm) Dimensions

F & |tEER| ME | UM ‘

Cat. No. Stock | Grade i”gér(ifs r ¢Dc V4 Lf ¢Db MD C W
SMSA-8160R05-M8 | @ 8 0.5
SMSA-8160R10-M8 | @ 1 16 16 30 15 M 8 14
SMSA-6160R20-M8 | @ 6 2
SMSA-6160R30-M8 | @ 8
SMSA-8200R05-M10| @ 0.5
SMSA-8200R10-M10| @ 8 1 20 20 35 19 M10 9 17
SMSA-8200R20-M10| @ J 2
SMSA-6200R30-M10| @ C 6 3
SMsA-8250R10-M12| @ | 3 K
SMSA-8250R20-M12| @ 1 2 25 25 43 24 M12 11 22
SMSA-6250R30-M12| @ S 6 3
SMSA-8300R10-M16| @ 8 1
SMSA-8300R20-M16| @ 2 30 30 56 29
SMSA-6300R30-M16| ® 6 3 M16 14 o7
SMSA-8320R10-M16| @ 8 1
SMSA-8320R20-M16| @ 2 32 32 56 30
SMSA-6320R30-M16| @ 6 3
) BV —AYROFFFFIES L OHERMSFNLIEP.6Z TSR, Note) Please see page 6 for tightening procedure and recommended tightening torque.

=SV b = ofc =@ Attention to mounting S-Head

(S/\‘y R#&F{FF FJLZ  Recommended tightening torque for S-Head)

HBESEESLDRBE LR MTFMLI I BRED1/S5ZBEDINE VATHEMIF TSV,
Please tighten the tightening torque by the power of about usual 1/5 to become uniting carbide head & shank.

S e—

TE® ¢ Dc(mm) ZEtE Wmm) AINFTFEE 6 : WA SLD
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
XANFREI 25— AYREFCHMABLTBUFE o BIERSKHLEEL), *S-Head are supplied without spanner wrench.
HULKEBFEY 25 —AYRERLOFREIE] (P.6~7) ZTSIRIEEL, Prease see page 67 about details.

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




MSN

TYPE

BB —® (EV15—~Ay REA—IVEBEY v 9 7—I\)
AHEEALTA Forhighprocucivty

.\"

// DIJET

MSN Carbhide shank holder

B~

am— - PD2: =5 TR

Fig.1 g eDZH=5Y I Coolnthol dia Fo.2 a I
| O Ne)
{ ——7
0 . | 2 on°t
L
IR+ TA T Endmill shank type RN
BB i <5 &(mm) pimersios BB g
Cat. No. Stock ¢DS 21 L oD1 on° MD oD2 Weight

MSN-M6-12-S10C [ ) 10 12 60 9.7 — 0.06 1
MSN-M6-15-S12C ([ J 12 15 60 11.5 = 0.08 1
MSN-M6-30-S10C (] 10 30 80 9.7 — 0.07 1
MSN-M6-30-S12C [ ) 12 30 80 11.5 = 0.11 1
MSN-M6-35T-S12C [ 12 35 92 95 | 1°30 0.12 2
MSN-M6-50-S10C ( J 10 50 100 9.7 = M6 3 0.09 1
MSN-M6-50-S12C (] 12 50 100 11.5 — 0.13 1
MSN-M6-57T-S12C { 12 57 114 9.5 1" 0.14 2
MSN-M6-65T-S16C (] 16 65 125 11.2 1" 45 0.28 2
MSN-M6-80-S10C [ ) 10 80 130 9.7 = 0.12 1
MSN-M6-80-S12C (] 12 80 130 11.5 — 0.18 1
MSN-M8-20-S16C { 16 20 75 15.5 = 0.17 1
MSN-M8-40-S16C (] 16 40 95 15.5 — 0.22 1
MSN-M8-40T-S20C ° 20 40 100 145 | 3°30 0.36 2
MSN-M8-77T-S20C (] 20 77 143 14.5 1" 45 M8 4 0.49 2
MSN-M8-80-S16C ([ J 16 80 135 15.5 = 0.32 1
MSN-M8-120-S16C ( 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C () 16 152 207 195 — 0.51 1
MSN-M10-20-S20C (] 20 20 80 19.5 — 6 0.29 1
MSN-M10-40-S20C ( 20 40 100 19.5 = 0.39 1
MSN-M10-40T-S20C (] 20 40 100 18.5 0 43 M10 0.39 2
MSN-M10-70-S20C { 20 70 130 19.5 = ) 0.50 1
MSN-M10-85T-S25C ( 25 85 161 18.5 2 0.90 2

F) EVAS—AYROERRFFMLIIIP.6%ZTSRIEE N,

Note) Please see page 6 for recommended tightening torque.

[

@ | X—A—7EEER Standard stock items

O : FEBTEEER Soon to be stocked
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MOd U I arl Heads FULL LINEUP
MSN

TYPE

TABE—® (EV15—~Av REA—IVEBEY v~ 7—I\)
EHEENITA Forhighproduciviy

MSN Carhide shank holder

B~

¢D2: =S bR

Fig1 % ¢D2: —52 hJWE Coolant hole dia. Fig.2 % Coolant hole dia.
| O Ne)
0 . | 7 on°t
L
IR+ A T Endmill shank type
B = R ~  7&E(mm) Dimensions 8 (k) -
Cat. No. Stock ¢Ds 21 L OD1 On° MD oD2 Weight
MSN-M10-90-S20C [ ] 20 90 150 19.5 — 0.60 1
MSN-M10-90T-S20C ( J 20 90 150 18.5 019 0.58 2
MSN-M10-140-S20C ([ 20 140 200 19.5 — \10 4 0.80 1
MSN-M10-140T-S20C { 20 140 200 18.5 0 12 0.77 2
MSN-M10-160-S20C [ ) 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C (] 20 210 270 19.5 — 1.07 1
MSN-M12-25-825C [ 25 25 90 24 — 0.53 1
MSN-M12-55-S25C ([ J 25 55 120 24 = 0.72 1
MSN-M12-100T-S32C [ ] 32 100 180 23.5 2° 1.61 2
MSN-M12-105-S25C  J 25 105 170 24 = M12 6 1.03 1
MSN-M12-135-S25C () 25 135 215 24 — 1.30 1
MSN-M12-155-825C ( J 25 155 220 24 — 1.34 1
MSN-M12-200-S25C [ ] 25 200 265 24 — 1.58 1
MSN-M16-25-S32C ( 32 25 90 29 — 0.85 1
MSN-M16-55-S32C [ J 32 55 120 29 — 1.13 1
MSN-M16-77-S32C o 32 77 157 29 = 1.47 1
MSN-M16-97-S32C ([ J 32 97 177 29 — 1.64 1
MSN-M16-105-S32C (] 32 105 170 29 — 1.59 1
MSN-M16-117T-S32C [ 32 117 197 29 0" 38 1.88 2
MSN-M16-127-S32C  J 32 127 207 29 = 1.89 1
MSN-M16-127T-832C o 32 127 207 29 0" 30 M6 g 2.23 2
MSN-M16-155-S32C ( 32 155 220 29 — 2.04 1
MSN-M16-177-S32C [ ] 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C [ ) 32 177 257 29 0’ 23 2.78 2
MSN-M16-195-S32C ([ 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C { 32 197 277 29 023 3.00 2
MSN-M16-225-S32C [ 32 225 290 29 — 2.57 1
MSN-M16-245-S32C { 32 245 310 29 — 2.74 1
MSN-M16-295-S32C [ 32 295 360 29 — 3.17 1

F) EVAS—AYROERFHGIFMILIIIP.6ZTSRIEE N,

Note) Please see page 6 for recommended tightening torque.

(53

@ | X—A—7EEER Standard stock items
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MSN

BB —® (EV15—~Av REA—IVEBEY v 7—I\)
AHEENLTA Forbighproduciviy

// DIJET

MSN Carbide shank holder

|
el
% ¢D2: 7 —5>/ ~JUE Coolant hole dia.
L — — — — -
I e

AL —K7P—=)\5 4 7 straightarbor type

B~

~  ;A&(mm) Dimensions

& £ B2 (kg)
Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M6-67S-59.8C ° 08 67 V6 s 0.06
MSN-M6-107S-S9.8C ° 107 0.10
MSN-M6-82S-S10C ° 10 82 V6 s 0.08
MSN-M6-122S-S10C ° 122 0.12
MSN-M6-80S-S11.8C ° 18 80 V6 s 0.11
MSN-M6-120S-S11.8C ° 120 0.17
MSN-M6-90S-S12C ° 12 90 V6 s 0.13
MSN-M6-130S-S12C ° 130 0.19
MSN-M8-97S-S15C ° 97 0.21
MSN-M8-147S-S15C ° 15 147 M8 4 0.33
MSN-M8-197S-S15C ° 197 0.44
MSN-M8-107S-S16C ° 107 0.27
16 M8 4

MSN-M8-157S-S16C ° 157 0.40
MSN-M10-130S-S18C ° 130 0.42
MSN-M10-190S-S18C ° 18 190 M10 4 0.62
MSN-M10-240S-S18C ° 240 0.89
MSN-M10-130S-S20C ° 130 0.53
MSN-M10-190S-S20C ° 20 190 M10 4 0.78
MSN-M10-250S-S20C ° 250 1.02
MSN-M12-185S-S23C ° 03 185 V1o . 0.98
MSN-M12-265S-S23C ° 265 1.42
@ MSN-M12-1858-S24C ° 185 1.07
@ MSN-M12-2655-524C ° 24 265 Mi2 6 1.54
MSN-M12-145S-S25C ° 145 0.91
MSN-M12-215S-S25C ° 25 215 M12 6 1.36
MSN-M12-285S-S25C ° 285 1.80
MSN-M16-160S-S28C ° 160 1.22
MSN-M16-230S-S28C ° 28 230 M16 8 1.77
MSN-M16-310S-S28C ° 310 2.41
MSN-M16-157S-S32C ° 157 1.61
MSN-M16-217S-S32C ° - 217 V16 o 2.22
MSN-M16-287S-S32C ° 287 2.94
MSN-M16-357S-S32C ° 357 3.66

F) EVAS—AYROERRFHGFMILIIIP.6%ZTSRIEE W,

Note) Please see page 6 for recommended tightening torque.

[

@ | X—AH—7EEmR Standard stock items

O : EBATEEER Soon to be stocked

O TEENELIEDREEFES Soon to be deleted

@




Modular Heads s umes

MGN iiE G-Body (EVaS5—~vyRARF I w0 7—)\) BUELERIWECEE ELUGITTE,

TYPE 29— RJUFE Through coolanthole

)/ @SN DA MICENSDG-Body @¥a—hIAS
&) (GiBody] ezitLE= g I T PRITEDYIN Tl = o & BHIBHIEIIE.
QAN T 4~ Y A BN TEEG-Body (RF — b 1o0) BBV LET

eAdopted ultra-rigid and improved body durability "G-Body". eShort type
*Cost-effective and high strength steel shank holder.

% OD2: 77—/ K2 Coolant hole dia.
9
01 |
L
I VRIS v2 T4 T Endmill shank type
o 5A&(mm) Dimensi
¥ = = i DR HE (ko)
Cat. No. Stock ¢Ds Y& L oD1 On° MD oD2 Weight
MGN-M8-17-S16 ( J 16 17 97 155 — M8 4 0.13
MGN-M10-30-S20 ([ J 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 { ] 32 37 107 29 — M16 6 0.56
@ MGN-M16-77-S32 ([ J 32 77 157 29 = M16 6 0.83

F) 1. EYVa5—AYREREIG-Body#H EH BEFDUIEISAFE. P.59~ 142 DIREVIHISHRZZ DX FBALEEI L,
2. EVAS—AYROEEHM S MLTIP.6ZTBRLIIEE L,

Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 59-142).
2. Please see page 6 for recommended tightening torque.

M ERIEICEN T E S+ REOGNLE(IC KXY . REES65HRCL EEBEEN DAZER A< SR T, A&
AMB IO TEEGERERIMALRLE30% U L7 v, BRI TREICEORNZRIBELE T,
G_B@dy EBle. W< TDBE. BOREEIH I SNROBIET,
i 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.

D

@ | X—AH—7EER Standard stock items O : EETEER Soon to be stocked O EEHELIEDREFESE Soon to be deleted




// DIJET

11| i ot 7. M2 R i v id) M MSA Arbor integrated carbide shank
TYPE

=52 NJYTFZE Through coolanthole M S HESENNTA For high productivity )/
= L I

4 (1BEv>0)
(Carbide shank) 21

D1

BT +>29%A 7 BT shank type

E & TE ~  5&(mm) Dimensions =1 (ko)

B Stock | gmEen) | 41 42 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 % 25 80 22 105 15 M8 32 | BT40 | 1.4
MSA-M8-130-50-BT40 50 80 22 130 15 M8 32 | BT40 | 14
MSA-M8-155-75-BT40 75 80 22 155 15 M8 32 | BT40 | 15
MSA-M8-165-85-BT40 85 80 22 165 15 M8 32 | BT40 | 15

25 100 42 125 19 M10 38 BT40 1.8
50 100 42 150 19 M10 38 BT40 1.9
75 100 42 175 19 M10 38 BT40 2.0
100 100 42 200 19 M10 38 BT40 2.0
25 100 42 125 24 M12 45 BT40 2.0
50 100 42 150 24 M12 45 BT40 2.1
75 100 42 175 24 M12 45 BT40 2.3
100 100 42 200 24 M12 45 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 22 120 15 M8 32 BT50 4.0
MSA-M8-145-50-BT50 50 95 22 145 15 M8 32 BT50 4.0
MSA-M8-170-75-BT50 75 95 22 170 15 M8 32 BT50 4.1
MSA-M8-180-85-BT50 85 95 22 180 15 M8 32 BT50 4.1

25 115 42 140 19 M10 38 BT50 4.3
50 115 42 165 19 M10 38 BT50 4.4
75 115 42 190 19 M10 38 BT50 4.5
100 115 42 215 19 M10 38 BT50 4.5
25 115 42 140 24 M12 45 BT50 4.6
50 115 42 165 24 M12 45 BT50 4.7
75 115 42 190 24 M12 45 BT50 4.9
100 115 42 215 24 M12 45 BT50 5.0
125 115 42 240 24 M12 45 BT50 5.2
25 115 42 140 29 M16 54 BT50 54
50 115 42 165 29 M16 54 BT50 5.6
MSA-M16-190-75-BT50 75 115 42 190 29 M16 54 BT50 5.8
MSA-M16-215-100-BT50 100 115 42 215 29 M16 54 BT50 6.0
MSA-M16-240-125-BT50 | 3% 125 115 42 240 29 M16 54 BT50 6.2

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

) 1. BV 1S —AYRETEE—MEHFE D EIEOEIMISRAE. P.59~142DIZHE KIS R Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
ZZOFFEAEEL, cutting conditions sheet (see page 59 —142).
2. EV2S—AYROHEFTFNILIFP.6ZETBIRLIIZE L, 2. Please see page 6 for recommended tightening torque.
3. FWRIYRERBLTBIER A, 3. MSA arbor is supplied without pull studs.

[ ® : X—A—7EEf Standard stockitems O : ITHFEEER Soontobestocked O : FEEHFLIEDREFES Soontobedeleted 3% : SFLEER Made to order ] @




MOdUIar Heads FULL LINEUP
| EEEEEICEEPZRTE DI MSA Arbor integrated carbide shank
=] (BB v U —{F8Y) rbor integrated carbide shan

=52 NJUTFZE Through coolanthole M S AESENN TR For high productivity .
L AE]—

4 (1B v>0)
(Carbide shank) 1

5 42 ] HSK No.
- - BE
Dl ‘ -

D2~ (2mm)

D1

HSK &4 9 47 HsK shank type T=ZXRTTMIE Coolant duct
B & £ ~ & (mm) Dimensions EX-{(0)
gat.Mo. Stock | goamam) | 41 42 L ®D1 | MD | ¢D2 |HSK No.| MWeight
MSA-M8-105-25-A63 x 25 80 22 105 15 M8 32 AB3 1.3
MSA-M8-130-50-A63 50 80 22 130 15 M8 32 A63 1.3
MSA-M8-155-75-A63 75 80 22 155 15 M8 32 AB3 1.4
MSA-M8-165-85-A63 85 80 22 165 15 M8 32 AB3 1.4

MSA-M10-125-25-A63
MSA-M10-150-50-A63
MSA-M10-175-75-A63
MSA-M10-200-100-A63
MSA-M12-125-25-A63
MSA-M12-150-50-A63
MSA-M12-175-75-A63
MSA-M12-200-100-A63

25 100 42 125 19 M10 38 AB3 1.6
50 100 42 150 19 M10 38 AG3 1.7
75 100 42 175 19 M10 38 AB3 1.8
100 100 42 200 19 M10 38 AB3 1.8
25 100 42 125 24 M12 45 AB3 1.9
50 100 42 150 24 M12 45 AB3 2.0
75 100 42 175 24 M12 45 AB3 2.2
100 100 42 200 24 M12 45 AB3 2.3

MSA-M8-120-25-A100 25 95 22 120 15 M8 32 A100 2.6
MSA-M8-145-50-A100 50 95 22 145 15 M8 32 A100 2.6
MSA-M8-170-75-A100 75 95 22 170 15 M8 32 A100 2.7
MSA-M8-180-85-A100 85 95 22 180 15 M8 32 A100 2.7

MSA-M10-140-25-A100
MSA-M10-165-50-A100
MSA-M10-190-75-A100
MSA-M10-215-100-A100
MSA-M12-140-25-A100
MSA-M12-165-50-A100
MSA-M12-190-75-A100
MSA-M12-215-100-A100
MSA-M12-240-125-A100
MSA-M16-140-25-A100
MSA-M16-165-50-A100

25 115 42 140 19 M10 38 A100 3.1
50 115 42 165 19 M10 38 A100 3.2
75 115 42 190 19 M10 38 A100 3.3
100 115 42 215 19 M10 38 A100 3.3
25 115 42 140 24 M12 45 A100 3.4
50 115 42 165 24 M12 45 A100 3.5
75 115 42 190 24 M12 45 A100 3.7
100 115 42 215 24 M12 45 A100 3.8
125 115 42 240 24 M12 45 A100 4.0
25 115 42 140 29 M16 54 A100 4.1
50 115 42 165 29 M16 54 A100 4.3
MSA-M16-190-75-A100 75 115 42 190 29 M16 54 A100 4.5
MSA-M16-215-100-A100 100 115 42 215 29 M16 54 A100 4.7
MSA-M16-240-125-A100 x 125 115 42 240 29 M16 54 A100 4.9

) 1. EVAS—AYRETEE—FEHFED R ISOUIRISRMF. P.59~142DIZEHIRMA R Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
ZZOFFEAEEL, cutting conditions sheet (see page 59-142).
2. BEV2S—AYROHERRFFFNLIFP.6ZETBRLIIEE W, 2. Please see page 6 for recommended tightening torque.

@ [ @ A—H—7EEM Standard stockitems O ITHTEEERR Soonto be stocked O TEEENKLKIKDIREEFEE Soonto be deleted 3% SZFHEEERR  Made to order




)| |mm=={;7 Cutting data for "Modular head"

// DIJET

1. VUyRIR—ILIVRZILHSDTAIL Replacement from solid carbide ball nose endmill to Indexable tool.

R Result

BRTGHYUYRR—IVIVRIIVERDETAEZEINZS
—S V7 RAERE RANMOTR~ P LIFFTIETY
ORI CE NIEREREL . T . J—3 7k
A —DHR TV FHHAHF DS TILBEEE U,
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.

w | B Part name| 947 AREE! Die casting mold
)1 -
T 5| Material | &% TE88(DH21 :ag) Hiriened die steel
7w (1. )
# iy Hardness | 48HRC
~AwR Head: MRN-120-M6-H
E_ iz Tool No. (F—3RyustE Through coolant hole)
g F—I\ Holder: MSN-M6-50-512C
=
= | FurmE. s NseINO | pAi-120-R20(JC8015)
Grade
OEHRE. FIHIERE N, (Vo) 4,000min, (150m/min)

o | RUREGEUE VA, (F) 4,000mm/min, (1mm/rev)

2
?g‘é dp (mm) 0.25mm
= 3
ﬁ:_g’ de (mm) 5mm

g

O I-3vhk Coolant | 58 (TI—F>bZJU—) Wet cut (coolant through)

{EFR kAR Machine | IZFZMC Vertical MC

2. J—=SVRTUTEEI 25— AYRADYIUEZ Replacement to coolant through modular head.

#ER Result

RES0MMORT Y MITIC T RITARE I —S VR
BRUAYRTRYIVSIDHEB TRIBLIA. T—52b
TUTEAYRICEIWE R D& Il TICeE LT,
28RN T B F v S (S HAEEFATIAE,

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 | ’SXFwIER! Injection mold
0«
Ig EIA Material | &&TEH (PX5) P20 Mold steel
)
| Hardness | 28-32HRC
AwR Head: MRN-120-M6-H
ﬁ_ big Tool No. (—35>/RyYTE Through coolant hole)
B3 F—I\ Holder: MSN-M6-905-512C
8
= | FurmEmr 1eNO | LRM120-R20(JC8015)
Grade
OEEE. VIHIRE  n, (Vo) 3,000min-1, (113m/min)

o | RUREGEUE Vi (F) 1,500mm/min, (0.5mm/rev)

9o
?gé dp (mm) 0.5mm

(o]
% ($)
1¢.§’ de (mm) 4mm

5

O -5k Coolant ARIEEL7J'0O0— Internal air blow

AR Machine | IZTFEMC Vertical MC




MOdUIar Heads FULL LINEUP

TYPE

EIEDIAIRAI— £

Recommended cutting conditions for MSH and MSN

-t

Ja153—=\Y

R REUIHISR

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

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

% Hll 4 Wi
Work materials Grades XL No. of teeth 2N XL No. of teeth 2N XL No. of teeth 3N XL No. of teeth 2N

2 ap n Vi 2 ap n Vi 2 ap n Vi 2 ap n %
(mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min?) |(mm/min)] (mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min) |(mm/min)
o 70 | 0.4 |3,580/6,440| 70 | 0.6 |2,850|5,700| 70 @ 0.5 |2,850|7700| 90 | 0.7 |2,300 5,500

(S50C, S55C) JC7560

@%*250“&“ (JC5040)| 120 | 0.3 |3.180(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 (JC8050)
C50, C55

B;OW%OJB 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
TYUN=Rf 70 | 0.4 3180/5720| 70| 0.5 |2,850|5,700| 70 | 0.5 [2,850|7700| 90 | 0.7 |2,300 5,500
(HPM7, PX5, NAKSO, P20) | JC5118
TCI304SHRC |(E1350)| 120 | 03 |3180|5,000| 120 | 04 |2,600|5.200| 120 | 04 |2,600|7.000| 140 | 0.5 |23300|5,100

(1.2311, P20) (oo ko)

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 |1,900 3,800

TER 70 | 0.4 3180|5720 70| 0.5 |2,850|5,700| 70 @ 0.5 |2,850/7700| 90 | 0.7 |2,300 5,500
(SKD61, SKD11) | j67560
EE255HBLIT | (165040)| 120 | 0.3 13,180 (5,090| 120 | 0.4 2,600 5,200 120 | 0.4 |2,600 7,000| 140 | 0.5 2,300 5,100
Die steel (JCSOSO)

1.2344,1.2379
(Be|owz55HB) 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
25V 70 | 0.3 3,180/5,720| 70 | 0.5 |2,500/5,000| 70 | 0.5 |2,500/6,800| 90 | 0.7 |2,000 4,400

(SUS304) JC7560
fE250HBLLT [(JC5118)| 120 | 0.3 |2,980(4,760| 120 | 0.4 |2,400/4,800| 120 | 0.4 |2,400|6,500| 140 | 0.5 |2,000 4,000

Stainless steel |(JC8050)

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

AN 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)

&40-50HRC | 9118 | 190 | 0.2 12,380 2,380| 120 03 |1,200|1400| 120 | 0.3 |1,200/2,000| 140 | 0.4 |1,000 1,400
Hardened die steel i)
(1.2344, 1.2379)
40-50HRC 160 | - - - | 190 | - - - | 190 | - - - | 210 - - -
% % 70 | 0.5 /2,980/6,550| 70 | 0.6 |2,400|5,800| 70 | 0.6 |2,400/8,000f 90 | 1 |1,900 4,500

* AY
FLWOHBMT 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 (JC7560)

(GG, GGG)

Below 300HB 160 | 0.3 |2,500/5,000| 190 | 0.4 |2,000|4,800| 190 | 0.4 |2,000/6,000| 210 | 0.5 |1,600 3,800
0 IRINEHUES, ap: THAAFEE, n: TEREERE, Vi:X)ERE 2 : Overhung length, ap: Depth of cut, N : Spindle speed, Vi: Feed speed
Caw kgt ] == Application for choice of inserts

P TUJ\— RS TUYJ\— RS TE8H
» (S50C, $55C) (HPM7, PX5, KPM30) (NAK80, HPNI1) (SKD61,SKD11)
% Hll 4 @ 250HBLI R &+ 30-36HRC 1@ 38-43HRC @k 255HBIL R
Work materials Carbon steel Mold steel Mold steel Die steel
(C50, C55) (1.2311, P20) (1.2311, P20) (1.2344, 1.2379)
Below 250HB 30-36HRC 38-43HRC Below 255HB
FZE Cato, 418 Grades| jc5040 | JCB050 | JC7560 | JC5118 | JCBO50 | JCT560 | JC5118 | JCBO15 | JC5040 | JC8O50 | JCT560

WOMWO04T215ZER O O e} © [ O O O O @) @

WOMT04T215ZER o o * * b o * Y

WDMWO050316ZTR O O O O [ ) O O @) O O @)

WDMWO050316ZER o O O °

WDMT050316ZER * Yo Y Y Yo o Y Yo o

WDMWO06T320ZTR O O O O o O O O O O O

WDMWO06T320ZER ® [© [© o

WDMTO06T320ZER o o * * * b o * Y

WDMWO080520ZTR O O © @) [ ) O O @) O O @)

WDMWO080520ZER o O O °

WDMT080520ZER * Yo Y Yo Yo o Y Yo o

*WD (O)MWH: 7L —H7% L without chipbreaker
@ O: 55—HESE First choice, Good condition  O: —#&tJEI Moderate condition @ : FRZELIHI Unfavorable condition Y : BRETEEIH] Light cutting X :

WD (O)MTH: 7L —H1F#E with chipbreaker

AEE No good



MSH

TYPE

Recommended cutting conditions for MSH and MSN

// DIJET

BIED YA IVRAT— £Ia15—\Y F FEVHISME

EY25—AY RMSHE + BE—#(EY15—v REL—IVBEY v 7—I\)

TE&R (mm) Tool dia.
5 1 FvT 25/26/28 30 30 32/33/35
WE |
Work materials Grades X# No. of teeth 3N X# No. of teeth 2N X# No. of teeth 3N X# No. of teeth 2N
2 ap n Vi 2 ap n Vi 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)
o i 90 | 0.6 |2,300|6,900| 100 | 0.7 11,900 4,600| 100 | 0.6 [2,000|6,000| 100 | 0.8 |1,800 |4,600
(S50C, S55C) JC7560
@§E5OH5W< (JC5040)| 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
arbon steel (JC8050)
50, C55
B£|OW25OJB 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
TYN—RH 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, NAKSO, P20)| JC5118
RCI30ASHRC | 51350\ 140 | 05 |2,300/6,900| 150 | 05 |1900|4,300| 150 | 05 1900|5700 150 | 0.6 |1,800 4,300
(1.2311, P20) (oo o)
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) | jc7560
Z255HBEIT | (105040)| 140 | 0.5 |2,300(6,900| 150 | 0.5 11,900 4,300 150 | 0.5 1,900 5,700 150 | 0.6 |1,800 4,300
Die steel (JCSOSO)
1.2344,1.2379
(Be|0W255HB> 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
2FULSE 90 | 0.6 |2,000|6,000{ 100 | 0.7 |1,700/3,800| 100 | 0.6 [1,800 |5,400| 100 | 0.8 |1,600 3,800
(SUS304) JC7560
FEc250HBLLIT | (JC5118)| 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 | (JC8050)
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)
B4050HRC | (0518 | 140 | 0.3 |1,000(1,800 150 | 0.4 | 750 1400| 150 04 | 750|1350( 150 | 0.6 | 700 1400
Hardened die steel 9
(1.2344,1.2379)
40-50HRC 210 | - | — | - | 210 | 0.2 | 650(1,200] 210 | 0.2 | 650(1,200| 210 | 0.3 | 600]1,200
B8k 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
FJUUHBW‘ JC8015 | 140 | 0.6 |1,9006,300| 150 | 0.8 |1,600(3,900| 150 | 0.6 |1,600(5,300| 150 | 1  |1,500 3,900
rey & Nodular castiron (JC7560)
(GG, GGG)
Below 300HB 210 | 0.5 [1,600(5,300| 210 | 0.5 [1,3503,000| 210 | 0.5 |1,350|4,500| 210 | 0.6 |1,250 3,000
0 IDRINBHUES, ap: THAAFEE, n: TEREERE, Vi:X)ERE 2 : Overhung length, ap: Depth of cut, N : Spindle speed, Vi: Feed speed

CAVM k-4t )=~ Application for choice of inserts

12T ik 5951 )ik 25 ) i
" (FC250, FC300) (FCD500, FCD700) (SUS304) (SKD61, DAC, DHA)
1 Hl 44 2 300HBLL T @& 300HBLLT B 250HBIUT B 40-50HRCLLT
Work materials Grey cast iron Nodular cast iron Stainless steel Hardened die steel
(GG25, GG30) (GGG50, GGG70) Below 250HB (1.2344, 1.2379)
Below 300HB Below 300HB 40-50HRC
fiZ#& catNo. #418 Grades| Jc5118 | JC8O15 | JC7560 | JC5118 | JCBO15 | JCBOS0 | JC7560 | JC5118 | JC5118 | JCBO15
WOMWO04T215ZER © O O ©) O L J O © o
WOMT04T215ZER 2Ag i w hig * O ©) X X
WDMW050316ZTR [ J O ® L J O [ ] @)
WDMW050316ZER © ©) L J O ©}
WDMT050316ZER A w w w RAS o ©) X X
WDMWO06T320ZTR L O ® ® O L J O
WDMWO06T320ZER © ©) L O ©
WDMT06T320ZER w w w w x o © X X
WDMW080520ZTR L O O L O [ J ©)
WDMW080520ZER O © L O ©}
WDMT080520ZER w w w w DAS O ©) X X

*WD (O)MWH: 7L —A% L without chipbreaker

WD (O)MTH: 7L —H1FZ with chipbreaker

©: SE—H#E3E First choice, Good condition  O: —f&tHEI Moderate condition @ : NZEELIHI Unfavorable condition Yo : BRETEIHI Light cutting X : AR[EE No good



MOdUIar Heads FULL LINEUP

TYPE

BIRDIAIRAI— EVa5—\Y

Recommended cutting conditions for MSH and MSN

R RIS

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

FvI

TE&R (mm) Tool dia.

Ml 32 32/33/35 40
g
Work materials Grades X# No. of teeth 4N X# No. of teeth 3N X# No. of teeth BN
g ap n Vi 2 ap n Vi 2 ap n Vi
(mm) | (mm) | (min7) [(mm/min)[ (mm) | (mm) | (min7) |(mm/min)] (mm) | (mm) | (min-) |(mm/min)
R 100 | 0.6 [1,900|7,600| 100 | 0.7 |1,800 6,000| 100 | 0.6 |1,500 | 7,500
(S50C, S55C) JC7560
@%*250“&“ (Jc5040)| 150 | 0.5 |1,800 |7,200| 150 | 0.5 |1,800 |5,400| 150 | 0.5 |1,400 |7,000
arbon steel (JC8050)
50, C55
Bglome)B 210 | 0.3 |1,500 (6,000 210 | 0.3 |1,500 [4,500| 210 | 0.3 1,200 |6,000
TYUN=RH 100 | 0.6 [1,900|7,600| 100 | 0.7 |1,800|6,000| 100 | 0.6 |1,500 | 7,500
(HPM7, PX5, NAKSO, P20)| JC5118
TCI304SHRC | (S135%)| 150 | 05 1800 |7.200| 150 | 0.5 1800 5.400| 150 | 0.5 |1400 17,000
(12011 po0)  [473820)
30-43HRC 210 | 0.3 |1,500 6,000| 210 | 0.3 |1,500 [4,500| 210 | 0.3 /1,200 |6,000
TE 100 | 0.6 |1,900|7,600| 100 | 0.7 |1,800 6,000/ 100 | 0.6 |1,500 7,500
(SKD61, SKD11) | jc7560
EZ255HBELT | (1c5040)| 150 | 0.5 1,800 |7,200| 150 | 0.5 |1,800 5,400 150 | 0.5 |1,400 | 7,000
Die steel (JCSOSO)
1.2344,1.2379
(Be|0W255HB) 210 | 0.3 |1,500|6,000| 210 | 0.3 |1,500|4,500| 210 | 0.3 |1,200 |6,000
25V ZSE 100 | 0.6 |1,700|6,800| 100 | 0.7 |1,600|5,200| 100 | 0.6 |1,350 |6,800
(SUS304) JC7560
BE&250HBLLIT | (JC5118)| 150 | 0.5 |1,600 |6,400| 150 | 0.5 |1,600 [4,800| 150 | 0.5 |1,300 |6,500
Stainless steel | (JC8050)
Below 250HB 210 | 0.3 |1,500|6,000| 210 | 0.3 |1,500|4,500| 210 | 0.3 |1,200 |6,000
BEANSE 100 | 0.5 | 800|1,900| 100 | 0.6 | 800(2,200| 100 | 0.5 | 640 1,900
(SKD61, DAC, DHA) L5118
E&40-50HRC
e | Jcaots | 150 | 04 | 700(1700| 150 | 0.4 | 700 1,900( 150 | 0.4 | 560 1700
(1.2344, 1.2379)
40-50HRC 210 | 0.2 | 600(1,500| 210 | 0.2 | 600 |1,500| 210 | 0.2 | 480 1,450
%% 100 | 0.8 [1,500|7,200| 100 | 1 |1,500|5,200| 100 | 0.8 |1,200 | 7,200
EEL“OHBMT JC8015 | 150 | 0.6 |1,500 |6,600| 150 | 0.8 |1,500 |5,000| 150 | 0.6 |1,200 6,600
rey & Nodular castiron (JC7560)
(EE e
Below 300HB 210 | 0.5 |1,250|5,500| 210 | 0.5 |1,250 |4,000| 210 | 0.5 /1,000 |5,500

0 IFIVERHLRE, ap: hA&RE, n: TEEEREE, Vi:k)EE

2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEREIR

1) EECOVIHISRAHE ERBIES KO0 —IBIEICIN U THELEE L,

(ESRFBTS50REVRILICT.BTA0REVRIL TR T COTERZHRENLE T )

2) CUCUHRELSZEF AHAFREZ MBS BELLTLREEV. 3V EOEEREZ T FTERLEE L,

U AHUDREVEREZ VT EE N,
3) MBI NIREBDHEF. FTVAHFREIE XL TLREEVRICNB KV VIZ TFIFTERLEE WL,

4) I7—70— LKW TIRELEZTOTREE W, BT IEMCTOFrET AT TRV TRERISER

<FEEL

5) D—JDESH50-55HRCDIZE . EECHIRISH (BEANTE) Dap, N, VIZ30% T IFTERALIEEL,
6) SEETETEIHIDIZ ST, Fv M IEIC80507Z#ELE T,

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 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 ap, N, Vf. (In the case of hardened die steel)
6) In case of unfavorable conditions, insert grade JC8050 is recommended.

CEBHULEZ

e

‘ £: Overhung length

=&
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win oINS A mES 2 74y ¢ Definition of corner shape for programming
TYPE

7073 LMEFEEOI—FR

Cornerradiu{s’ﬁﬁgogramming T K re | W ap A1

2 R1.5 (B4 Standard) [0.29 |0
al= 0472 Type RD 019 0.04 15 | 2.7 0.8 0.8

B2 " R2 (7 Standard) 0.35/0
%g O5#Z Type R25 0.25 012 16 | 3.6 1.25 | 1.2
_ ~ 'ﬂﬁé 06HZ Type E%S (B Standard) 833 81 20 | 45 (15 | 15

<E ©= R3 (B Standard) 0.63 |0
08#Z Type [ R3.5 0.54/0.14 2.0 | 6.0 |20 | 2.0

R4 0.45]0.32

W ) BRI 075 L0—FRER) THRELTLREREV, ZNUAHDTOI S LT—FRT

BEITIHEDOBLIAHEF EREZSRIIEE L,
Note) Normally, the corner radius for programming should be set as the standard value.

In case of setting a larger corner radius, over cut (K) will occur, so refer to the above table.

winwk Ze|V; mu:=TnFc3=E-1(= Attention for profile milling
TYPE

SVEVIHII Ramping AUBJVINI Helical interpolation @ —)U)\ADE %
®Dh Calculation of tool pass dia.
¢dc = ¢Dnh—pDc
YV—)UINR 2 NES TE#
Tool pass dia. Bore dia. Tool dia.
K < < R o ~
Qs D O—FLDDYIAHRE EAYIAH
e L REAPEMAMVNESCL T,
SRS Depth of cut per one circuit should not exceed
m | = max. depth of cut ap.

@— )L\ ZDEEA[IFS Vv
[CIEBDRORBFETEIDICLTLEE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

S

@5V EYT AUAIVIITEIREYREZIEELHIFHEFRD70%UT @ In case of ramping and helical interpolation, apply 70% or less

THIIZULTLEE L, feed speed from standard cutting condition table.
O RUU VI NITEE. BAEIE RE ZAZELNHIRERDS0%ATT  @In case of drilling, apply 50% or less Z axis feed speed from
MIUTLEE LY, standard cutting condition table.
ORVUUVIIITICIE. EHRURVIVK FHRUEDZESHHUE @ Long consecutive chips may come out in case of drilling, con-
FTDT. RRICIFTHERLTLIEE L, firm the safe condition sufficiently.
SVEVIIT ANUAJLIGIF T
IFEINT |RATHAH Ramping Helical interpolation BEARUYS
& |LDE BIEER | RS0 | gimy | BAURAHRS@D | vz | mroue || RS Z
Cat. No. T‘zg]'rg')a Fi.Gutting | Max. 090N | ge-6.()| 1 TBSADEDRLERE:Lmm) [y bore e Ve bore | M2 dling depth
(mrﬁ) (mm) Ma:ﬁ(;?emglng Total cutting length at Max. @p | Dh min (mm) | Dh max (mm) (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 12.7 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" 275 32 39 0.3
MSH-2022 22 14.7 1.2 2 344 34 N 0.5
MSH-3022 22 16.5 0.8 2° 344 34 4 0.3
MSH-2025 25 15.9 1.5 4 215 33 46 1
MSH-3025 25 17.7 1.2 2° 344 40 47 0.5
MSH-2026 | 26 16.9 1.5 3" 30 245 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 22.7 1.2 1" 30’ 45.8 50 57 0.5
MSH-2032 32 20 2 & 28.6 M 60 1.5
MSH-3032 | 32 22.8 1.5 2" 15 38.1 47 60 1
MSH-4032 32 247 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
MSH-5040 | 40 327 1.2 1’ 68.7 70 77 0.5




M Od U I arl Heads FULL LINEUP
s e e s s e T e
Application for the choice of EP==type inserts

TYPE
i TEH TUJ)\— R TU\— R
. (S50C, S55C) (SKD61, SKD11) (HPM7, PX5, P20) (NAK80, HPM1, P21)
#% Hll 34 E&260HB TR @& 256HB IR i@ 30-36HRC @& 38-43HRC
Materials Carbon stegl Die steel Mold steel Mold steel
(C50, C55) (1.2344, 1.2379) (1.2311, P20) (1.2311, P21)
Below 250HB Below 255HB 30-36HRC 38-43HRC
F:2 Cat. No. #1148 Grades | J05118 | JC8050 | JC7560 | JC6102 | JC5118 |JC8050 | JC7560 | JC6102 | JC5118 | JCBO50 | JCT560 | JC6102|JC5118 |JCBO50 | JCT560 | JC6102
EPMT100312ZER * w < Y RAS * < * * * *
EPMW100312ZER O
EPMW100312ZTR | O O O O O O O O (@) O O
EPHW100316ZTR @)
BEANE BEANER b7 tivg =~
" (SKD61, DAC, DHA) (SKD11, SLD, DG11) (FC, FCD) A
1 Bl #1 @ 42-52HRC g55-62HRC E300HB LIT B 25018 LI
Materials Hardened die steel Hardened die steel Grey & Nodular cast iron §tainless steel
(1.2344, 1.2379) (1.2344, 1.2379) (GG, GGa) Below 250HB
42-52HRC 55-62HRC Below 300HB
F:2 Cat. No. #47 Grades | 105118 | JC8050 | JC7560 | JCG102 | JC5118 | JC8050 | JC7560 | JCG102 | JC5118 |JC8050 | JCT560 | JC6102 | JC5118 | JCB050 | JCT560 | JCE102
EPMT100312ZER RS X X O O (@)
EPMW100312ZER | O O O ()
EPMW100312ZTR | @ ([ ) [ J O
EPHW100316ZTR ©) ©)
0l A1 FHYIEE MaSE *EPMTH.: JL—Af3E with chipbreaker
Material (Ti-6AI-4V) (INCO718) *EPMWHZ: FL—A1EL  without chipbreaker
aterials Titanium alloy Inconel EPHWHZ: JL—77EL  without chipbreaker
7% Car o —— 11E Grades | Jg5118 | JCB050 | JC7560| JC6102 | JC5118 | JCB050| JCT560 | JC6102 O sE—HeE Fo: BETEIY
EPMT100312ZER 0O 0O o) o) ) 0O First choice, Good condition Light cutting
EPMW100312ZER LJ L o Mff(ﬂgjcondition * ﬂzﬁgzd
EPMW100312ZTR P——
Ny
EPHW100316ZTR Unfavorable condition
winls TN A= mEny 2 4y vzt 8 Definition of corner shape for programming
WEiEbAF YT EPMT/WH (o)
EPMT/W inserts — BLIAHE
Over Cut 0754 3—FR | BLRAHE | BIbELE
Corner radius for programming|  Over Cut Remains
Corner radiusforprogramming\\ y W R1.5 (B standard) 0 0.45
\
i T R2.0 0.04 0.33
HIWELE — .~ %
Remains | [ R2.5 0.21 0.21
/~ W=2.9 R3.0 040 | 0.09
BSEEMHA/\—rFv T EPHWH? _ (mm)
. . - ﬁbyxaj_g
EPHW insert for high hardened steel ﬁ FO0'55 T—R SUABE | MoBLE
Corner radius for programming|  Over Cut Remains
R1.0 0 0.42
o055 3-3R  RL6 °
Corner radius for programming\\,p y C”> R1.5 (BZX standard) 0 0.33
\
< & R2.0 0.01 0.23
i = 7 pad
HoZLR — S R2.5 017 | o0.14
/ - W=2.9 R3.0 0.37 0.05
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EPMT/WH A%XRBRF v IICBI35T70T7 7/ IVIITEROEFEHIA
TYPE Attention for profile milling with EPMT/W-type inserts

SVEYI I Ramping AUAJLINI Helical interpolation @V — L)\ ADEHHE
®Dh Calculation of tool pass dia.
¢dc = pDn—pDc
/ Y JUINRIR TR I8E
Tool pass dia. Bore dia. Tool dia.
al . N\ @ —ALDDYBAIHEEHRALTIAH
S g [N FEApEHMAFENESICLT R,
Ll —{- v - / Depth of cut per one circuit should not exceed
mk| 2 , max. depth of cut dp.
Q H — . _ N
© @V—)VI\ADEEAEAIFFT Iy
\\ 5B L SREFEEDICLTL 2,
¢ | Down cutting is recommended, so tool pass
od rotation should be counterclockwise.
C

@5V EYT AUAIVIITEIREYREZIEELHIKEFRD70%LT  @In case of ramping and helical interpolation, apply 70% or less

TIIIULTLEE L, feed speed from standard cutting condition table.
ORUUVINITEFIZ. AN RE ZIREHIRMEFRDS50% LT T  @ln case of drilling, apply 50% or less Z axis feed speed from
MIULTLEE L, standard cutting condition table.
ORUUVINITIICIE EHREURVWMIVK THRUEDESHBUE  ®Long consecutive chips may come out in case of drilling, confirm
FTOT REICBFTHERLTLLEE L, the safe condition sufficiently.
N SVEVINMT ANUAILIRGIT T
e EENNT | &RKUHAH Ramping Helical interpolation
2 TEZE| mgeR e Tag= o) = s = SA Ty
e & ; ; RAER RAVSAHES (@p) =)\ =z
Tool dia.| Eff. Cutting | Max. depth . " . =2 AVARES RATUR
Gat. No. (mm) dia. of cut ﬁfﬁ ) G(E) INTEOYIHIRS L (mm) Min. bore dia. | Max. bore dia.
(mm) (mm) a:r'];‘emgfng Total cutting length at Max.@p | Dhmin (mm) | Dh max (mm)
MQX--<016-M8 16 10.2 0.8 1° 48 25.5 22 30
MQX-:017-M8 17 11.2 0.8 1° 36' 28.6 24 32
MQX-<020-M10 20 14.1 0.8 1° 24 32.7 30 38
MQX-:<021-M10 21 15.1 0.8 1° 18 35.3 32 40
MQX-<025-M12 25 19.1 0.8 1° 45.8 40 48
MQX-:x026-M12 26 20.1 0.8 0° 57' 48.2 42 50
MQX-<030-M16 30 241 0.8 0° 48' 57.3 50 58
MQX-:<032-M16 32 26.1 0.8 0° 42' 65.5 54 62
MQX-<035-M16 35 291 0.8 0° 36' 76.4 60 68
MQX-:<040-M16 40 34.1 0.8 0° 30 91.7 70 78
MQX-<042-M16 42 36.2 0.8 0° 27' 101.9 74 82

&) ERAESCIF0.5° U FICTERALKIEET L (LEEEBEZB A RVKIICERELLZEW),
Note) The ramping angle 0.5° or less is recommended (please refer to the above table).



MOdUIar Heads FULL LINEUP

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

TER (mm) Tool dia.

wul it | T 16/17 20 20/ 21
Work materials | 112 H# No. of teeth 2N L No. of teeth 3N XE No. of teeth 4N
Grades [ 2 ap | ae n Vi | 2 a | ae n vi | 2 ap | ae n Vi
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min7) ((mm/min)] (mm) (mm) | (mm) | (min7) |(mm/min)

(SS%C,SSSC) JCT560 70| 0.6 10 | 3,600 | 4,900 | ~70 | 0.6 14 12,850 | 5,800 | ~70 | 0.6 14 12,850 | 7,700

BEE250HBLIT | (jc8050)[ 120 | 0.5 | ~10 | 3,600 | 4,500 | 120 | 0.5 | ~14 | 2,850 5300| 120 | 05 | ~14 | 2,850 | 7,000

Carbon steel

(C50, C55) (JC5118)
Below 250HB 160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500

(SKDBT.SKDT) | JC7560 70 | 0.6 10 | 3,600 | 4,900 70 | 0.6 14 12,850 | 5,800 70 | 0.6 14 12,850 | 7,700

25OHBET | (Jcs0s0)| 120 | 0.5 | ~10 | 3,600 |4,500| 120 | 0.5 | ~14 | 2,850 5300 | 120 | 0.5 | ~14 | 2,850 | 7,000

JC5118
(12344, 1.2570) |\ WOSTI®) 0 oo 10 13,000 | 4.200| 190 | 0.35 | ~14 | 2,400 4900 | 190 | 035 | ~14 | 2,400 | 6500

(FPM7. PX5.P20) | Jo7560 70| 0.6 10 | 3,600 | 4,900 | ~70 | 0.6 14 12,850 | 5,800 | ~70 | 0.6 14 12,850 | 7,700

SS036HRC |(Jog0s0)| 120 | 05 | ~10 3,600 |4,500| 120 | 0.5 | ~14 |2,850|5300 | 120 | 05 | ~14 | 2,850 | 7,000

(1.2311,P20) | (JC5118)
30-36HRC 160 | 0.35 | ~10| 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500

(NAK80. HPVIT_P21) 70 | 0.5 10 1,900 | 2,600 70| 0.5 14 11,500 | 3,050 70| 05 14 11,500 | 4,050

#a3843HRC | 080D | 450 [ 03 | ~10 (19002400 120 | 03 | ~14 [1,500]2,800| 120| 0.3 | ~14]1500]3,700

(JC5118)
(1.2311, P21)

-

38-43HRC 160 | 0.2 | ~10|1,600|2,200| 190 | 0.2 | ~14 1,250 |2,600( 190 | 0.2 | ~14 1,250 3,400
) ﬁm ~~ ~~ ~~ ~~ ~~ ~~
(SKD&T, DAC DHA) 70|04 10 | 1,400 | 1,400 701 04 14 11,100 | 1,650 | ~70 | 0.4 14 11,100 | 2,200

WEcs42-52HRC | JC5118 -~ ~ ~
Vardened e steel |(Jcsos0)| 120 | 03 10 | 1,400 | 1,400 | 120 | 0.3 14 11,100 1,650 | 120 | 0.3 14 11,100 | 2,200

(1.24:;{2121{%%79) 160 | — — — — 190 | — - - — 190 | — - - -

(SKD'_SLD, DC11) 70 | 0.15 10 | 600 | 180 70 | 0.15 14| 500 230|~70| 0.15 14| 500 300

B5562HAC | JC5118 - - -
B lepwwne| 120 0.1 | ~10| 600 180| 120 | 01 | ~14| 500 230| 120 | 0.1 | ~14| 500 300

" | el = [ = [ = | = [w|= [ = |- |-[w[-[-]-]-

g8 ~70] 08 | ~10 30005000| ~70 | 0.8 | ~14 |24006,000| ~70] 0.8 | ~14 2,400 8,000
B | Joosay| 120 | 0.6 | ~10 /3,000 4500| 120 | 06 | ~14 | 2400|5400 120 06 | ~14/2,400 7200
B S 160 | 05 | ~10|2200(3,750| 190 | 05 | ~14 1,750 4500| 190 | 05 | ~14 |1.750 | 6,000
257U ~70 | 06 | ~10 3,100 4200 | ~70 | 06 | ~14 |2,500|5100| ~70 | 0.6 | ~14 | 2500 6,800

(SUS304) JC7560

ES250HBILTR 120 | 0.5 | ~10 | 3,000 | 4,000 120 | 0.5 | ~14 |2,400|4,900| 120 | 0.5 | ~14 |2,400 | 6,500
Stainless steel (JC8050)
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

~70 | 05 | ~10{1,200, 960| ~70 | 0.5 | ~14 | 950 1,140 ~70| 0.5 | ~14 | 950 1,500
FovEe | JC7560

(Ti-6AI-4v)  [(JC5118)| 120 | 0.3 | ~10 1,200 960| 120 | 0.3 | ~14 | 950|1,140| 120 | 0.3 | ~14 | 950 1,500

Titanium alloy [ (JC8050)
160 | 0.2 | ~10 /1,200 960( 190 | 0.2 ~14 950 11,140 190 | 0.2 ~14 | 950 1,500

~70| 05 | ~10| 630 380|~70| 05 | ~14 | 500| 450(~70| 05 | ~14| 500, 600
eSS JC5118

(INco718) (JC8050)( 120 | 0.3 | ~10 | 630 380| 120 | 0.3 | ~14| 500 450( 120 | 0.3 | ~14 | 500| 600

Inconel (JC7560)
160 | 02 | ~10| 630| 380( 190 | 0.2 | ~14 | 500| 450| 190 | 0.2 | ~14 | 500| 600

0: IRIVBRELRE, ap: SABDOYIAARS, @e: £BEAROYLAHRSE, N : TERERE, Vi XRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRMAE. BRI S KD — IR U THEELEE N,
2) CUWHRELZEF AHAFHFREZ FEEHMELBELLTLREEV. 5V EOEEREZ T F TRERALES L,
FeRRU T HHEUDRIEEFEZ BV TS,
3) BWEINREDHZEIR. FTWAHREZ R L TLEET V. RICNB XU VIZETIFTERLIEE L,
4) I7—70— LKW TREMBZITOCTLREE WV, FHT IIMCTOFrET NI I TRV FTRB(TERLSIEE 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 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.



MQX | avmzro2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMT Y ZZMAXH (BEDHEPMT/WiHF v ) + BE—E (EV215—~\y FRZ—IVEBEY v+ J7—I\) EPMT/W-type

TERZ (mm) Tool dia.
wmu |77 25/26
Work materials L FE No. of teeth 4N HEL No. of teeth SN
Grades 2 ap Qe n Vi 2 ap Qe n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
Fesssl ~ ~ ~ ~
(gs%c, Sho_ | sorsso 90 0.8 19 | 2,300 6,200 90 0.8 19 | 2,300 7,700
S 200HBEIT 1 (ics0s0)| 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC5118
co0.co0) | (CSTIB) ™) o 04 ~19 | 1000 | 5200 | 210 0.4 ~19 | 1900 | 6500
(k061 011, | 750 90 0.8 19 | 2,300 6,200 90 0.8 19 | 2300 7,700
Sl BBl ((JCSOSO; 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC5118
(o Tt 210 04 | ~19 | 1900 | 5200 | 210 0.4 ~19 | 1900 | 6500
b e P20 | 7o 90 0.8 19 | 2,300 6,200 90 0.8 19 | 2,300 7,700
B 30-36HRC | (Jcs0s0)| 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC5118
(1zsit, P20 - |(ICTI8) ) o 04 | ~19 | 1900 | 5200 | 210 04 | ~19 | 1900 | 6,500
(%\@%BH% 21 - 90 0.6 19 1,200 3,250 90 06 19 | 1,200 4,050
((_l\llold sl | U511 140 0.4 ~19 1,200 3,000 140 0.4 ~19 | 1,200 3,700
LasiLEe 210 0.3 ~19 | 1,000 | 2700 | 210 0.3 ~19 | 1,000 | 3,400
'+ ﬁlﬂ ~ ~~ ~~ ~~
%RT@DQSHDFT@ e 90 0.4 19 900 1,800 90 0.4 19 900 2,250
Wg-ggi;, e i |(1050) 140 0.3 ~19 900 1,800 140 0.3 ~19 900 2,250
42-52HRC 210 - - - - 210 - - - -
JEANSE ~ ~ ~ ~
%933'55%%,3%‘&) o 90 0.15 19 400 240 90 0.15 19 400 300
F{‘i‘@%ﬁi"f’?ﬁ%ﬁ" e | 140 0.1 ~19 400 240 140 0.1 ~19 400 300
‘S5-62HRC 20 | - - | - i I - | - -
(§§ Fgg) ~90 0.8 ~19 1,900 6,400 | ~90 0.8 ~19 1,900 8,000
FE&300HBLLT | JC5118 ~ ~
ereyﬁ(;wodumma?nmn (crseo)| 140 0.6 19 1,900 5,800 140 0.6 19 1,900 7,200
poao, BG0) 210 05 ~19 | 1600 | 4800 | 210 05 ~19 | 1600 | 6,000
ZF VLA ~90 0.8 ~19 | 2,000 5450 | ~90 0.8 ~19 | 2,000 6,800
(SUS304) JC7560
BEC250HBILT | eron [ 140 0.6 ~19 | 2,000 5,200 140 06 ~19 | 2,000 6,500
Stainless steel
Below 250HB 210 035 | ~19 1,900 4,950 210 0.35 ~19 | 1,900 6,200
~90 0.5 ~19 750 1,200 | ~90 0.5 ~19 750 1,500
FovEE | JCT560
(Ti-6AI-4V) | (JC5118)| 140 0.3 ~19 750 1,200 140 0.3 ~19 750 1,500
Titanium alloy ~ |(JC8050)
210 0.2 ~19 750 1,200 210 0.2 ~19 750 1,500
~90 05 ~19 400 480 | ~90 05 ~19 400 600
MaASE JC5118
(INCO718)  [(JCB050)| 140 0.3 ~19 400 480 140 0.3 ~19 400 600
Inconel (JC7560)
210 0.2 ~19 400 480 210 0.2 ~19 400 600

0 IRIVRELRE, ap: SABOYIAARSE, e: £BRAROYLAHRSE, N : TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXFREIR
1) LEEDUIHISRAE . RIS KO —TBIEICRU TREELIEE L,
2) CUWHRELZEF AHAFHFREZ FEEHMELBELLTLREEV. 5V EOEEREZ T F TERALEE L,
FeRRU T HHEU DRV EEFER BN TS,
3) WRENABDBE(E FTUHAHFREZEELL LT REEVURICNB KO VIZTIFTERLIZE L,
4) I7—=70— LKW TREMBEZITOTLREE WV, FHT IIEMCTOFrET A NII TRV FRB(TERLSIEE 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 @p 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.




MOdUIar Heads FULL LINEUP

QMY Y IR EJaS5—Av R EEEIRMG
TYPE Recommended cutting conditions for MQX and MSN
QAMT Yy I ZMAXH: (FEDREPMT/WH:F v D) + BBE—# (EYV 15—~y RAFA—IVBEY v+ 27—I\) EPMT/W-type

TE=R (mm) Tool dia.
wu s | TV 30/32/35 32/35
Work materials & F#L No. of teeth SN F#L No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
P ] ~ ~ ~ ~
gs%c, )| sorsso 100 0.8 25 1,900 | 6,350 100 | 08 25 | 1,900 | 7,600
RS 200HBEIT | (jcs050)| 150 0.6 ~25 | 1,800 | 6,000 150 | 0.6 ~25 | 1800 | 7,200
JC5118
(co0,co8) - |WOSTIB) Ty [ ~25 | 1500 | 5,000 210 | 04 ~25 | 1500 | 6,000
(k3B SR | so7s0 100 0.8 25 1,900 | 6,350 100 | 08 25 | 1,900 | 7,600
BESZOSHBELT |(csoso)| 150 | 0.6 | ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
(JC5118)
et il 210 | 04 | ~25 | 1500 | 5000 210 | 04 ~25 | 1500 | 6,000
TUN—RUEE ~ ~ ~ ~
oy PR ) | acrooo 100 0.8 25 1,900 | 6,350 100 | 08 25 | 1,900 | 7,600
B 30-36HRC | (Josos0)| 150 0.6 ~25 | 1800 | 6,000 150 | 06 ~25 | 1800 | 7,200
JC5118
(i2sit P20y WOy 0 T o5 T 1500 | 5,000 210 | 04 ~2 | 1500 | 6,000
(2';5\533?3% 1 - 100 0.6 25 950 | 3,200 100 | 06 25 950 | 3,800
(LMold seal | U511 150 0.4 ~25 950 | 3,200 150 | 04 ~25 950 | 3,800
Lo e 210 0.3 ~25 800 | 2,650 210 | 03 ~25 800 | 3,200
I+ ﬁm ~~ ~~ ~~ ~~
%R%Dé&ﬁ;é’ e 100 0.4 25 700 | 1,750 100 | 04 25 700 | 2,100
H(ﬁ“‘S—SQiE‘{“SSSJS?' (caoso)| 150 0.3 ~25 700 | 1,750 150 | 03 ~25 700 | 2,100
42-52HRC 210 - - - - 210 | — - - -
EATSE ~ ~ ~ ~
%9:;;5% B | i 100 0.15 25 300 250 100 | 0.15 25 300 300
“a@gzzdfi;;;g)e' |1 0.1 ~25 300 250 150 | 0.1 ~25 300 300
‘S5-62HRC 20 | - - - | - 20 | - - - -
(g F?S) ~100 1 ~25 1,500 6,250 | ~100 1 ~25 1,500 7,500
FE300HBILT | JC5118 ~ ~
Greyc%Noduma?“mn (erseo)| 150 0.8 25 1,500 | 5,750 150 | 0.8 25 | 1,500 | 6,900
peig, G0 210 | 06 ~25 | 1250 | 4850 210 | 06 ~25 | 1250 | 5,800
25U ~100 0.8 ~25 1,700 | 5700 | ~100 | 08 ~25 | 1,700 | 6,800
(SUS304) JC7560
B 250HBLLT |\ lanio 150 0.6 ~25 1,600 | 5,350 150 | 06 ~25 | 1600 | 6,400
Stainless steel
Below 250HB 210 035 | ~25 1,500 | 5,000 210 | 035 ~25 | 1500 | 6,000
~100 0.5 ~25 600 | 1,250 | ~100 | 05 ~25 600 | 1,500
FoveE | JC7560
(Ti-6AI-8V) | (JC5118)| 150 0.3 ~25 600 | 1,250 150 | 03 ~25 600 | 1,500
Titanium alloy | (JC8050)
210 0.2 ~25 600 | 1,250 210 | 0.2 ~25 600 | 1,500
~100 0.5 ~25 300 500 | ~100 | 05 ~25 300 580
MaSE JC5118
(Nco718)  |(JC8050)| 150 0.3 ~25 300 500 150 | 03 ~25 300 580
Inconel (JC7560)
210 0.2 ~25 300 500 210 | 0.2 ~25 300 580

0: IRIVBRELRE, ap: SABDOYIAARS, @e: £BEAROYLAHRSE, N : TERERE, Vi XRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRMAE. BRI S KD — IR U THEELEE N,
2) CUWHRELZEF AHAFHFREZ FEEHMELBELLTLREEV. 5V EOEEREZ T F TRERALES L,
FeRRU T HHEUDRIEEFEZ BV TS,
3) BWEINREDHZEIR. FTWAHREZ R L TLEET V. RICNB XU VIZETIFTERLIEE L,
4) I7—70— LKW TREMBZITOCTLREE WV, FHT IIMCTOFrET NI I TRV FTRB(TERLSIEE 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 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.



MQX | amzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMT Y ZZMAXH (FEDHEPMT/WHF v ) + BE—& (EV215—~\y FRZ—IVIBEY v+ J7—I\) EPMT/W-type

TEZ (mm) Tool dia.
wHa | TV 40/42 0
Work materials | M7 H#L No. of teeth BN X% No. of teeth 7N
Grades 2 ap ae n Vi 2 ap Qe n 73
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
P i ~ ~ ~ ~
(is%c' Bho)_ | sorseo 100 0.8 32 1,500 | 6,300 100 0.8 32 1,500 | 7,500
S 200HBEIT | (jcs050)| 150 0.6 ~32 | 1400 | 5900 150 | 06 ~32 | 1,400 | 7,000
JC5118
(C60,00) | WOSTIB) ™) f ~32 | 1200 | 5,000 210 | 04 ~32 | 1200 | 6,000
(0Bt o1, | 70 100 0.8 32 1,500 | 6,300 100 0.8 32 1,500 | 7,500
Sl B Rl ((JCBOSO; 150 0.6 ~32 | 1400 | 5900 150 | 06 ~32 | 1,400 | 7,000
JC5118
e etre ) 210 | 04 | ~32 | 1200 | 5000 210 | 04 | ~32 | 1200 | 6,000
ey e ) | dcroeo 100 0.8 32 1,500 | 6,300 100 0.8 32 1,500 | 7,500
B 30-36HRC | (Josos0)| 150 0.6 ~32 | 1400 | 5900 150 | 06 ~32 | 1400 | 7,000
JC5118
(zsit,P20) \WOSTIBN ) 0 1 30 | 1200 | 5,000 210 | 04 | ~32 | 1200 | 6,000
(?é‘@%g'*ﬁ“é'ﬁ 1 - 100 0.6 32 750 | 3,000 100 06 32 750 | 3,500
(LMold sl | U511 150 0.4 ~32 750 | 3,000 150 0.4 ~32 750 | 3,500
LasILEe] 210 0.3 ~32 620 | 2,500 210 | 03 ~32 620 | 2,900
BEATSE ~ ~ ~ ~
%%!‘R%"QDQSHDF'?Q e 100 0.4 32 550 | 1,650 100 0.4 32 550 | 1,900
7?@32381‘1?33%3?' (cgose)| 159 0.3 ~32 550 | 1,650 150 0.3 ~32 550 | 1,900
"42-52HRC 210 - - - - 210 - - - -
1EASE ~ ~ ~ ~
(%PJQSSE% B | 100 0.15 32 250 240 100 0.15 32 250 280
13@;23(’?58;%35' | 0.1 ~32 250 240 150 0.1 ~32 250 280
“S5-62HRG 20 | - - | - - 20 | - - - | -
(§§ Fg‘g) ~100 1 ~32 1,200 | 6,150 | ~100 1 ~32 1,200 | 7,200
E300HBIL T | JC5118 ~ ~
Gmyﬁ(&Nodmamﬁnmn (Uersee)| 159 0.8 32 1,200 | 5,650 150 0.8 32 1,200 | 6,600
pia, GO0 210 | 06 ~32 | 1000 | 4,700 210 | 06 ~32 | 1000 | 5500
ZF VLA ~100 0.8 ~32 1,350 | 5850 | ~100 0.8 ~32 1,350 | 6,800
(SUS304) JC7560
REX250HBILT |\ Caoonl 150 0.6 ~32 1,300 | 5,550 150 0.6 ~32 1,300 | 6,500
Stainless steel
Below 250HB 210 035 | ~32 1,200 | 5,150 210 0.35 ~32 1,200 | 6,000
~100 0.5 ~32 480 | 1,150 | ~100 05 ~32 480 | 1,350
Foyvas | JC7560
(Ti-6AI-8V) | (JC5118)| 150 0.3 ~32 480 | 1,150 150 0.3 ~32 480 | 1,350
Titanium alloy | (JC8050)
210 0.2 ~32 480 | 1,150 210 0.2 ~32 480 | 1,350
~100 05 ~32 250 450 | ~100 05 ~32 250 520
MaASE JC5118
(Nco718)  |(JC8050)| 150 0.3 ~32 250 450 150 0.3 ~32 250 520
Inconel (JC7560)
210 0.2 ~32 250 450 210 0.2 ~32 250 520

0 IRIVRELRE, ap: SABOYIAARSE, e: £BRAROYLAHRSE, N : TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXFREIR
1) LEEDUIHISRAE . RIS KO —TBIEICRU TREELIEE L,
2) CUWHRELZEF AHAFHFREZ FEEHMELBELLTLREEV. 5V EOEEREZ T F TERALEE L,
FeRRU T HHEU DRV EEFER BN TS,
3) WRENABDBE(E FTUHAHFREZEELL LT REEVURICNB KO VIZTIFTERLIZE L,
4) I7—=70— LKW TREMBEZITOTLREE WV, FHT IIEMCTOFrET A NII TRV FRB(TERLSIEE 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 @p 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.




MOdUIar Heads FULL LINEUP

QAMI Y IR EVaS—AY R EREIEIRMT

H.S.C. recommended cutting conditions for MQX and MSN

QAMZ I ZMAQXH (SiEEMBEPHWEF YD) + BE—®(EY 15— \vyRAF—ILiBiEY v+ 7—I\) EPHW type

TE® (mm) Tool dia.

w727 16/17
Work materials | ™78 HEL No. of teeth 2N
Grades 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min)
TJUN—=RViH ~70 0.5 ~10 3,980 3,980
G
LMoId ol JC6102 120 0.4 ~10 3,580 3,190
12511, P21) 160 | 025 | ~10 | 3180 | 2550
AN ~70 0.4 ~10 2,980 2,980

(SKD61, DAC, DHA)

fE&42-52HRC N
Harc&ened die stegy | 2C6102 120 0.25 10 2,680 2,390

(1.2344, 1.2379)

42-52HRC 160 - - - -
EANE ~70 0.2 ~10 1,590 950
(SKD11, SLD, DC11)
8&55-62HRC | jo6100 | 120 0.15 ~10 1,430 760

Hardened die steel

(1.2344, 1.2379)
55-62HRC 160 - - - -

TE®Z (mm) Tool dia.

wul | TV 20 20/21
Work materials g X#L No. of teeth 3N K#L No. of teeth 4N
Grades g ap ae n Vi g ap ae / f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN\— RV ~70 05 ~14 3,180 4,780 ~70 0.4 ~14 3,180 6,370
(NAK80, HPM1, P21)
ﬁiél\fo?;;%:m Jc6102 | 120 0.4 ~14 2860 | 3,820 120 03 ~14 2860 | 5,100
12511, P21) 160 | 03 ~14 | 2540 | 3050 | 160 | 025 | ~14 | 2540 | 4070
BEANE ~70 0.4 ~14 2,390 3,580 ~70 0.35 ~14 2,390 4,770
S
C - ~ ~
H(ar el Ste?l Jce102 | 120 0.3 14 2,150 2,860 120 0.25 14 2,150 3,820
1.2344,1.2379
42-52HRC 160 - - - - 160 - - - -
BEANG ~70 0.2 ~14 1,270 1,140 ~70 0.15 ~14 1,270 1,520
Pt
L - ~~ ~~
H(ardene ; dieste()el Jce102 | 120 0.15 14 1,140 920 120 0.1 14 1,140 1,220
1.2344,1.2379
55-62HRC 160 - - - - 160 - - - -

2 IDRINWBHURSE, ap: $ABDYTHAARE, Qe: ¥FEABDYHAARE, N : TERERE, Vi X)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOFEEIR
1) EECOVIHISRA S ERBIES KOO — I BIEICIN O THEELEE L,

2) UUWHRELUIBEF AR TS Z LEEMIEXBEUTLREV 2 VFEVREZ T IFTERL ST L,

3) WRENARBDHE(E FTUAHFRIZEL L TLKREE WV RICNB KO VIZTIFTERLIZEE L,

4) I7 =7 O— XYW TREMEET>TREE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE 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 8p 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.



MQX | aMZyo2R €25y K EEGHIRMH

TYPE H.S.C. recommended cutting conditions for MQX and MSN

QAMZ I ZMQXH (SiEEMBEPHWEF YD) + BE—®#(EY 15— \vRAF—ILiBiEY v+ 7—I\) EPHW type
TEE (mm) Tool dia.

wHa | TV 2526
Work materials g F# No. of teeth 4N X# No. of teeth BN
Grades 2 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
FUN— RS ~90 05 ~18 2550 | 5,00 ~90 05 ~18 2550 | 6,380
(NAK80, HPM1, P21)
ﬁﬁﬁ(}%ﬁgﬁc Jce102 | 140 0.4 ~18 2290 | 4,080 140 0.4 ~18 2290 | 5,00
12511, P21) 210 | 03 ~18 | 2040 | 3270 | 210 | 03 ~18 | 2040 | 4,080
BEANGE ~90 0.4 ~18 1,900 | 3,800 ~90 0.4 ~18 1,900 | 4,750
(SKD61, DAC, DHA)
B&42-5eHRC | o100 | 140 03 ~18 1,710 | 3,040 140 03 ~18 1,710 | 3,800

Hardened die steel
(1.2344,1.2379)

42-52HRC 210 - - - - 210 - - = -
BEANSE ~90 | 02 ~18 | 1,020 | 1230 | ~90 | 02 ~18 | 1,020 | 1,530
(SKD11, SLD, DC11)
BE55-62HRC | yeg102 | 140 | 015 | ~18 920 980 140 | 015 | ~18 920 | 1,230

Hardened die steel

(1.2344,1.2379)
55-62HRC 210 - - - - 210 - - - -

TE®R (mm) Tool dia.

wu s | FY7 30/32/35 32/35
Work materials i F# No. of teeth BN F# No. of teeth BN
Grades 2 ap ae n Vi 2 ap de f f

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

TUN\— RV$E ~100 05 ~24 2490 | 5600 | ~100 05 ~24 2490 | 6,720
(NAK80, HPM1, P21)

@3“”30%‘;%';90 JC6102 150 0.4 ~24 2,240 4,540 150 0.4 ~24 2,240 5,450

125, rai 210 | 03 | ~24 | 1990 | 3580 | 210 | 03 | ~24 | 199 | 4300

GEANEH ~100 0.4 ~24 1,790 | 3,130 | ~100 0.4 ~24 1,790 | 3,760
(SKD61, DAC, DHA)

82 42-52HRC | 106102 150 03 ~24 1,610 | 2,540 150 03 ~24 1,610 | 3,050

Hardened die steel
(1.2344,1.2379)

19-50HRC 210 0.2 ~24 1,430 2,000 210 0.2 ~24 1,430 2,400
AN ~100 0.2 ~24 800 1200 | ~100 0.2 ~24 800 1,440
(SKD11, SLD, DC11)
8&55-62HRC | 106100 150 0.15 ~24 720 970 150 0.15 ~24 720 | 1,160

Hardened die steel

1234, 1.2375) 210 | 0.1 ~24 640 770 210 | 0.1 ~24 640 920

0 IPRINBHURE, ap: BABDOYTLAARS, Qe: (¥FRABDYHAARE, N : TERERE, Vi XK)ERE
£ : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDOFEEIR
1) EECDUIHISEME FERAIES KD — TR TRELEE W,

2) UUWHRELUIBEF ANAHFS Z LEEMIEXBHEUTLREV, 2 VFEVREZ T IFTERLEE L,

3) WRENABDHE(E FTUWAHFREZEEL U TLKREEVURICNB KO VIZTIFTERLIZE L,

4) I7 =7 0O— XYW TREMEZTH>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERELSZE 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 8p 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.



MOdUIar Heads FULL LINEUP

QMT Y IR EJ15—Av R EEERyg K aEnis
TYPE H.S.C. recommended cutting conditions for MQX and MSN
QM7 I ZAMAXH (SEEHBEPHWREF v J) + BE—#(TV15—\yFRA—IVEBEY v 57 —I\) EPHW type

TE&R (mm) Tool dia.

wmu s |77 10/42 10

Work materials | M H# No. of teeth BN X No. of teeth 7N

Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

TUIN\—R2/5 ~100 05 ~32 1,990 | 5370 | ~100 05 ~32 1,990 | 6,260

(NAK80, HPM1, P21)

WS3BAHRC | jce102 | 150 | 0.4 ~32 | 1,790 | 4350 150 | 04 ~32 | 1,790 | 5070
12511, P21) 210 | 03 ~32 | 1500 | 3430 210 | 03 ~32 | 1500 | 4,000
BEATH ~100 | 04 ~32 | 1430 | 3000 | ~100 | 04 ~32 | 1430 | 3500

S

e et Jce102 | 150 | 0.3 ~32 | 1290 | 2440 150 | 0.3 ~32 | 1290 | 2,850

See i 210 | 02 ~32 | 1140 | 1,920 210 | 02 ~3 | 1140 | 2240
JGE A Ui ~100 | 02 ~32 640 | 1,150 | ~100 | 0.2 ~32 640 | 1,340

ity

e perin | Jcet02 | 150 | 0.15 ~32 570 920 150 | 0.15 ~32 570 | 1,070

(1.2344,1.2379) 210 | 01 ~32 510 730 210 | 01 ~32 510 850

0 IRIVRELRE, ap: SABDOYLAARS, Qe: £BEAROYLAHFRE, N : TEOERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDEREIR

1) LEEDYIRISRAE ERAIES KT D —TBIMEICRU THERBLZE N,

2) CUWHREUSZER ABAHFREZ LEEHMELVBELLTLREVN. HBVFEDEEZ FFTERALESE L.

3) ERENARRDEEE FTVPAFREZE XL TLREEVRICNB LV VIZ FFTERLEE L,

4) I7—7O— LKW TREMEBZTH>TLREE W FIC IEMCTOFvETA NI 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.



MQX | avmzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY v ZMQAXH (BHIDAZPMTHEF v D) + BE—®(EY 15— \vyRRFA—ILiBE>+> 7 —I\) ZPMT-type
TE& (mm) Tool dia.

wa |27 16/17 20 20/21
Work materials e TEL No. of teeth 2N TEL No.ofteeth SN L No. of teeth 4N
Grades
g dp |@pxae| n Vi 2 dp |dpxae| N Vi 3 ap |apxae| n Vi
(mm) | (mm) | (mm2) | (min?) [(mm/min)] (mm) | (mm) | (mm?2) | (min") [(mm/min)] (mm) | (mm) | (mm2) | (min-) |(mm/min)
R ~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
(850C, S55C)

FEC250HBIAT | JC5118 ~ ~ ~ ~ ~ ~
Earbonsteel (JC8050) 120 4.0 4.0/ 2,860 | 630 120 5.0 8.0/ 2,300 | 760 120 5.0 8.0/ 2,300 | 1,010

50, C55
060, 0%0) 160 | ~3.0 | ~2.0/ 2,540 | 500 | 190 | ~4.0 | ~4.0/2,040| 620 | 190 | ~4.0| ~4.0/2,040| 820
I8 ~70 | ~6.0 |~13.0/ 2,990 | 600 | ~70 | ~6.0 |[~16.0/2,390 | 720 | ~70 | ~6.0|~16.0[ 2,390 | 960

(SKD61, SKD11) Jc5118
1@ 255HBLLTF ~ ~ ~ . .~ .
‘-Diesteel (JC8050) 120 4.0 402,690 | 480 | 120 5.0 8.0/2,150 | 580 | 120 5.0 8.0/ 2,150 | 770

i) 160 | ~3.0 | ~2.0 2390 | 380 | 190 | ~4.0| ~40{1910| 460 | 190 | ~4.0| ~4.0 1910| 610

(HPWI.PX. NAKGO. P20) 70 6.0 8.0/ 2,390 | 480 70 6.0 |~16.0/ 1,910 | 570 70 6.0 ~16.0/ 1,910 | 760

BRCS0ASHRC | 30| 120 | ~3.0 | ~3.0/2,150 | 390 | 120 | ~4.0| ~80/1720 460 | 120 ~40| ~8.0 1,720 620

Mold steel
(1.2311, P20)
30-43HRC 160 | ~2.0| ~1.6/ 1,910 | 310 190 | ~3.0| ~4.0/1,530 | 370 190 | ~3.0| ~4.0/ 1,530 | 490
(ﬁ F?S) ~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

E300HBIL T TN e e E Qe
o i | JC5118 | 120 | ~4.0| ~4.0/ 2,690 | 590 | 120 | ~5.0 |~10.0/2,150| 710 | 120 | ~50|~10.0/2,150 | 950

(GG, GGG)
Below 300HB 160 | ~3.0 | ~2.0/ 2,390 | 480 | 190 | ~4.0| ~5.0/1,910| 570 [ 190 | ~4.0| ~5.0/ 1,910 | 760
27TV LUAH ~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)

fEcc250HBLLT | JC8050 [ 120 | ~3.6 | ~3.6/ 2,690 | 480 120 | ~5.0| ~8.0/2,150 | 580 120 | ~5.0| ~8.0/2,150| 770
Stainless steel

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

0 IRIVRHELES, ap: #ABOYTLAZRS, e: £ERAMOYLAHFRE, N : TEOERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LOFSEIR
1) LEEDVIRIRAE ERAIES KD —TBIMEICRU THEBLEE 0,

2) UUWHREUISEF ANAGHRS Z LEEBIEXBHELUTLREV. BB WVIFEVREZ M FTERLEE L,

3) BMBAOTEDGEE. FTVNAHFREIEZLLTLREEVRICNB KV VIZ FIFTERLEE L,

4) I7—=7O— KWWK TREMEBZTH>OTRE W, FIC IEMCTOFvETA NI TIIII S FTRUBITERLEE 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.



M Od U I arl Heads FULL LINEUP
QAMTY IR EIa2S5—AY R REEISRMG

MQX Ja5 2
Recommended cutting conditions for MQX and MSN

QMY vI ZAMAXH (BHIDAZPMTH:Fv ) + BEE—#(EJ 15— \vRRAZ—|ViBEY v o7 —I\) ZPMT-type

S TE®& (mm) Tool dia.
1% Wl 41 MJE 25/26
Work materials 5 F#E No. of teeth 4N F#E No. of teeth BN
RS £ ap 8pX e n Vi £ ap apX e n Vi
(mm) (mm) (mm3) (min!) (mm/min) (mm) (mm) (mm3) (min!) (mm/min)
(ngcﬁsﬁsmm) ~90 | ~60 | ~200 | 2,040 980 ~90 | ~60 | ~200 | 2040 | 1220
BCeo0HBLT | iosoey| 140 | ~50 | ~100 | 1840 | 810 140 | ~50 | ~100 | 1840 | 1,010
o0, CE8). 210 | ~40 | ~80 | 1630 | 660 210 | ~40 | ~80 | 1630 820
(SKI)IB{E=S§ED11) ~90 | ~60 | ~200 | 1910 770 ~90 | ~60 | ~200 | 1910 960
B205HBLLT (jgg&;g) 140 | ~50 | ~100 | 1720 | 620 140 | ~50 | ~100 | 1720 770
S 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610
(HP7M'7JF{X\5]}\“};;05PW§0) ~90 ~6.0 | ~200 | 1,530 610 ~90 ~6.0 | ~20.0 | 1,530 760
RES0-ASHRC | JOS00 | 140 | ~40 | ~100 1380 | 500 140 | ~40 | ~100 | 1380 620
tzstt, P20) 210 | ~30 | ~80 & 1220 390 210 | ~30 | ~80 | 1220 | 490
(§ F§§) ~90 | ~60 | ~250 | 1910 920 ~90 | ~60 | ~250 | 1910 | 1,150
B o | JC5118 | 140 | ~50 | ~120 | 1720 | 760 140 | ~50 | ~120 | 1,720 950
GG, GGG
RACeCCA 210 | ~40 | ~90 | 1530 610 210 | ~40 | ~90 | 1530 760
257U 28 ~90 | ~60 | ~200 | 1910 770 ~90 | ~60 | ~200 | 1910 960
(SUS304)
FEo50HBLLT | JC80S0 | 140 | ~5.0 | ~10.0 | 1,720 620 140 | ~50 | ~100 | 1,720 770
Stainless steel
Below 250HB 210 | ~40 | ~80 | 1530 490 210 | ~40 | ~80 | 1530 610

0 IVRINRELERS, ap: iABDYIAHRE, Ge: EEARDYLAKRE, N: TEREGRE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEFEEIR
1) LEEDYIRIRAE ERAIES KT D —TBIMEICRU THEBLEE N,

2) UUWHREUISEF ANAGRS Z LEEBIEXBEUTLREV. BB VIFEREZ M FTERLEE L,
3) ERENARRDEEE FTVPAFREZZLTLREEVRICNB LV VIZ FFTERLEE L,
4) I7—=70O—[CKIPIW<K TREMBEZITO TR E WV, FHI IIEMCTOFrET AT TRV FRIBISERLSIZE 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 @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.



MQX | amzyo2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QAMY v ZMQAXH (BHIDAZPMTREF v D) + BE—®(EY 15— \vRRZ—ILiBE> v+ 7 —I\) ZPMT-type
TE& (mm) Tool dia.

wus | 227 30/32/35 273
Work materials gﬂi F#E No. of teeth BN F#E No. of teeth BN
TR £ ap 8pX e n Vi £ ap apX e n Vi
(mm) (mm) (mm?2) (min') (mm/min) (mm) (mm) (mm?2) (min") (mm/min)
b ~100 | ~60 | ~220 | 1590 950 | ~100 | ~6.0 | ~220 | 1590 | 1,140
@(2500, SSS&'F JC5118
250HBL ~ ~ ~ ~
CEBOHBLIT | ooay| 150 5.0 150 | 1,430 780 150 5.0 150 | 1,430 940
o0, CE8). 210 | ~40 | ~80 | 1270 | 630 210 | ~40 | ~80 | 1270 760
T8 ~100 | ~60 | ~220 | 1490 740 | ~100 | ~60 | ~220 | 1,490 890
(SKD61, SKD11)
BECS5HBIT | JOSTI8 | 450 | 50 | ~150 | 1340 600 150 | ~50 | ~150 | 1340 720

Die steel (JC8050)
(1.2344,1.2379)

Bolow 255HB 210 | ~4.0 ~80 | 1,190 480 210 | ~40 | ~80 | 1,190 570
TUN—R/ i ~100 | ~6.0 | ~220 | 1,190 590 ~100 | ~6.0 | ~220 | 1,190 710
(HPM7, PX5, NAKS0, P20) 168050
e 30-43HRC - N _ _
e | (cstrg)| 150 5.0 150 | 1,070 480 150 5.0 150 | 1,070 580
(1.2311, P20)
30.43HRC 210 | ~4.0 ~8.0 950 380 210 | ~40 | ~80 950 460
(ﬁ Fgﬁ) ~100 | ~6.0 | ~240 | 1,490 890 ~100 | ~6.0 | ~240 | 1490 | 1,070
B 300HBLIF — N ~ ~
GreyL%Nodulmimn JC5118 150 5.0 16.0 | 1,340 730 150 5.0 16.0 | 1,340 880
GG, GGG
Below 300HB 210 | ~4.0 ~9.0 | 1,190 590 210 | ~40 | ~90 | 1,190 710
257V ~100 | ~6.0 | ~22.0 | 1,490 740 ~100 | ~6.0 | ~22.0 | 1490 890
(SUS304)
e250HBIT | JC8050 | 150 | ~5.0 | ~15.0 | 1,340 600 150 | ~50 | ~15.0 | 1,340 720
Stainless steel
Below 250HB 210 | ~4.0 ~80 | 1,190 480 210 | ~40 | ~80 | 1,190 570

0 IRIVRHELES, ap: #ABOYTLAZRS, e: £ERAMOYLAHFRE, N : TEOERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LOEEEIR
1) LEEDVIRIRAE ERAIES KD —TBIEICRU THEBLEE 0,

2) CUCWHREUIGER ABAHFRSZ LEHELVBERLLTLREV. HBVFEVEEZ FFTERLES L.

3) BMBAOTEDZEF. FTVIAHFREIEZLLTLREEVRICNB KV VIZ FIFTERLEE L,

4) I7—=70O— LKW TREMEBZT>OTREE W, FIC IEMCTOFvETA NI TIFII S FTRBRITERLEE 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.



MOdUIar Heads FULL LINEUP

QMY Y IR EVa5—"v R {FEVHEISRMGF

Recommended cutting conditions for MQX and MSN

QMY vI ZAMQXH: (BHIDAZPMTH;Fv D) + BEE—M(EV 15— \vRAZ—IViBIEY v 977 —I\) ZPMT-type

S TE& (mm) Tool dia.
% )+ MJE 40/42 20
Work materials 5 F#E No. of teeth BN F#E No. of teeth 7N
TS ap 8pX e n Vi £ ap apX e n Vi
(mm) (mm) (mm?2) (min') (mm/min) (mm) (mm) (mm?2) (min') (mm/min)
FRERSA ~100 | ~60 | ~280 | 1,270 920 ~100 ~6.0 | ~280 | 1270 1,070
rﬁ(iwc' 855&)‘5 JC5118
250HBL - - - -
Cutonsen | |Gcaos)| 150 5.0 200 | 1,140 750 150 5.0 200 | 1,140 880
o0, CE8). 210 | ~40 | ~100 | 1010 | 610 20 | ~40 | ~100 | 1,010 710
TEM ~100 | ~6.0 | ~280 | 1,190 590 ~100 ~6.0 | ~280 | 1,190 690
(SKD61, SKD11) L5118
FEc255HBLLT - - - -

S Dstenl (cgoso)| 190 5.0 200 | 1,070 450 150 5.0 200 | 1,070 520
S 210 | ~40 | ~100 | 950 | 320 210 | ~40 | ~100 | 950 370
JUN—RVi ~100 | ~6.0 | ~28.0 950 570 ~100 ~6.0 | ~28.0 950 660

(HPM?7, PX5, NAK80, P20) 168050
fEer30-43HRC N N ~ ~

ot sm | (UC5118) 150 5.0 20.0 860 460 150 5.0 20.0 860 530

(1.2311, P20)

043HRC 210 | ~4.0 | ~10.0 760 360 210 ~40 | ~10.0 760 420

ﬁ F?S) ~100 | ~60 | ~320 | 1,190 860 ~100 ~60 | ~320 | 1,190 1,000
B 300HBLLT - - - -
Greyijodumaimn Jc5118 150 5.0 240 | 1,070 710 150 5.0 240 | 1,070 820
GG, GGG
Below 300HB 210 | ~4.0 | ~12.0 950 570 210 ~40 | ~120 950 670
257V ~100 | ~60 | ~280 | 1,190 590 ~100 ~60 | ~280 | 1,190 690
(SUS304)
fE250HBLLT | JC8050 150 | ~5.0 | ~20.0 | 1,070 450 150 ~50 | ~200 | 1,070 520
Stainless steel
Below 250HB 210 | ~4.0 | ~100 950 320 210 ~40 | ~10.0 950 370

2 IPRINRHLRY, ap: $HARIOYHAHKRES, Qe: ¥EHRDYNRAKRE, n: TEREERE, Vi X)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFEEIR
1) LEEDYIRIRAE ERAIES KT D —TBIMEICRU THERBLZE N,

2) CCWHREUISEEF ABAHFRSZ LEHELVBELLTLREV. HBVFEVEEZ FFTERLES L.
3) ERENARRDHEE FTVPAFREZZLTLREEVRICNB LV VIZ FFTERLEE L,
4) I7—=70O—[CKIPIW<KTREMBEZITOCTLREE WV, FHI IIEMCTOFrET AT TRV FRIBSERLSIZE 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 @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.



MQX QMY Y IR EI215—AY K EYAHF:ED ISR

TYPE Low cutting depth & high feed conditions for MQX and MSN

QMZYI ZMQXH (BEIDAZPMT 100320ZERF v J) + BE—E(EY25—A\YRRAZ— Vg +> 27 —I\) IPMT100320ZER type
TE#& (mm) Tool dia,

wa |27 16/17 20 20/21
Work materials (ZEES FEL No. of teeth 2N F% No. of teeth 3N FI% No. of teeth 4N
Gades 2T g, [ @ | n. | Vi | &2 | @ | @& | n.] Vi | &2 | @ | @& | n.] V%
(mm) (mm) (mm) | (min™") |[(mm/min)| (mm) (mm) (mm) | (min™) |(mm/min)| (mm) (mm) (mm) | (min™") |(mm/min)
s il ~70 | 04 | ~10 3,380 4,060 ~70 | 0.4 | ~14 2,700 4,860 ~70 | 0.4 | ~14 {2,700 | 6,480
(850C, S55C)

fE250HBLLT | JC5118 ~ ~ ~
CEOHBET | Jososy| 120| 0.3 | ~10|3,040(3290| 120| 03 | ~14|2430 3940| 120 03 | ~14 2430 5250

060,080 160 | 0.25 | ~10 | 2,700 | 2,600 | 190 | 0.25 | ~14 |2,160|3,110| 190 | 0.25 = ~14 | 2,160 | 4,150
IE ~70 | 04 | ~10 3,180 |3,820| ~70 | 0.4 | ~14 |2,550|4,590 | ~70 | 0.4 | ~14 | 2,550 | 6,120

(SKD61, SKD11)
i@ 255HBLLT | JC5118 ~ ~ ~
‘—Diesteel (J08050) 120 | 0.3 10 [ 2,860 | 3,090 | 120 | 0.3 14 12,300 | 3,720 | 120 | 0.3 14 | 2,300 | 4,960

i i) 160 | 0.25 | ~10 | 2,540 | 2,440 | 190 | 0.25 | ~14 | 2,040 | 2,040 | 190 | 0.25 | ~14 | 2,040 | 3,920

(HPM7 PX5. P20) 70104 10 | 3,180 | 3,820 | ~70 | 0.4 14 12,550 | 4,590 | ~70 | 0.4 14 12,550 | 6,120

fE30-36HRC | JC8050 - N -
Vol sieel — |(icst1e)| 120 03 10 12,860 13,090 | 120 | 0.3 14 12,300 13,720 | 120 | 0.3 14 12,300 | 4,960

(1.2311, P20)

30-36HRC 160 | 0.25 | ~10| 2,540 | 2,440 | 190 | 0.25 | ~14 12,040| 2,940 190 | 0.25 | ~14 | 2,040 | 3,920
(ﬁ F%ﬁ) ~70| 04 | ~10|29804,200|~70 | 0.4 | ~142,390|5,020( ~70 | 0.4 | ~14 2,390 |6,690

E300HBI T - - -
o ot i | JC5118 | 120 | 0.35 | ~10 | 2,680 | 3,400| 120 | 0.35 | ~14 |2,150 | 4070 120 | 035 | ~14 | 2,150 5430

GG, GGG
B((g|0W300|-)|B 160 | 0.3 | ~10|2,380|2,690| 190 | 0.3 | ~14 11,910|3,210( 190 | 0.3 | ~14 | 1,910 | 4,280
2FVURE ~70| 04 | ~10|3,380|4,060| ~70 | 0.4 | ~14|2,700|4,860( ~70 | 0.4 | ~14 2,700 | 6,480
(SUS304)

PEE250HBLLT | JC8050 | 120 | 0.3 | ~10|3,040 13,290 | 120 | 0.3 | ~14 12,430|3,940| 120 | 0.3 | ~14 | 2,430 |5,250

Stainless steel

Below 250HB 160 | 0.25 | ~10|2,700 | 2,600 | 190 | 0.25 | ~14 12,160 | 3,110 190 | 0.25 | ~14 | 2,160 | 4,150

~70| 03 | ~10|1,200| 960| ~70| 04 | ~14 | 950 1,140 ~70 | 0.4 | ~14 | 950 6,480

FOVEE | ooyqg
(i6A-av) | GeoMS] 120 | 02 | ~10 (1,200 960| 120| 03 |~14| 950 1,140| 120 | 0.3 | ~14 | 8605250

Titanium alloy

160 | 0.15 | ~10| 1,200 | 960| 190 | 0.25 | ~14 | 950 | 1,140 190 | 0.25 | ~14 | 760 | 4,150

~70|03 |~10| 630 380|~70 04 | ~14 | 500| 450|~70| 0.4 | ~14 | 500, 600

WHEE | 05148
(Nco7i8) | oonio)| 120 | 0.2 | ~10| 630 380| 120| 03 | ~14| 500 450| 120 | 0.3 | ~14 | 500| 600

Inconel

160 | 0.15 | ~10 | 630| 380| 190 | 0.25 | ~14 | 500| 450( 190 | 0.25 | ~14 | 500 | 600

0 IRIVRHELRE, ap: SABDOYLAARSE, e: £BRAROYHAHRSE, N : TERERE, Vi XRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LDOEEEIR
1) LEEDLTHISES . RIS KO — IR U TRELIEE L,

2) UUWHRELUIBEF ANAH TS Z LEEBIEXIBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WHENABDZE(E FTUWAHFRIZELUTLKREE WV RICNB KU VIZTIFTERLIZEE L,

4) I7 =7 0O— LXK TREMBZTOTREE W HIC IIEMCTOFvETA NI TRV 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.



MOdUIar Heads FULL LINEUP

QMY Y IR EVa15—Av R EliAHEiED YIS
TYPE Low cutting depth & high feed conditions for MQX and MSN
QM7 v ZMQXH (BHIDAZPMT 100320ZER;Fv7) + BE—#(TY 15— \vyRAZ—IVEBEY+>/27—I\) ZPMT100320ZER type

- TE& (mm) Tool dia.
5 Ml 44 ?M;E 25/26
Work materials XE No. of teeth 4N F# No. of teeth BN
Grades 2 o Ze n Vi 2 o Ze n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
s ~90 0.4 ~19 2160 | 5,180 ~90 0.4 ~19 2160 | 6,480
EE(‘S*5OC’ 855&)_F Je5118
250HBL ~ ~
e (csos0)| 140 03 19 1,940 | 4,200 140 03 19 1,940 | 5,250
o0, CE8). 210 | 025 | ~19 | 1730 | 3320 | 210 | 025 | ~19 | 1730 | 4150
TE ~90 0.4 ~19 2,040 | 4,900 ~90 0.4 ~19 2,040 | 6,120
(SKD61, SKD11) JC5118
fEcs255HBLLT ~ ~
SEoona T |Gcaoso)| 140 03 19 1,840 | 3,970 140 03 19 1,840 | 4,960
LS Tey 210 | 025 | ~19 | 1630 | 3140 | 210 | 025 | ~19 | 1630 | 3920
Pk, 90 0.4 19 2,040 | 4,900 90 0.4 19 2040 | 6,120
FE30-36HRC | JC8050 - -
Vool |(sitg)| 140 03 19 1,840 | 3,970 140 03 19 1,840 | 4,960
(1.2311, P20)
30-36HRC 210 0.25 ~19 1,630 | 3,140 210 0.25 ~19 1,630 | 3,920
ﬁ Fg*) ~90 0.4 ~19 1,910 5,350 ~90 0.4 ~19 1,910 5,730
& 300HBLLT N ~
Gmyijodmm?mn Jo5118 | 140 0.35 19 1,720 | 4,330 140 0.35 19 1,720 | 4,640
GG, GGG
Below 300HB 210 03 ~19 1,530 | 3,420 210 03 ~19 1,530 | 3,670
25U ~90 0.4 ~19 2160 | 5,180 ~90 0.4 ~19 2160 | 6,480
(SUS304)
E&250HBLLT | JC8050 | 140 03 ~19 1,940 | 4,200 140 03 ~19 1,940 | 5,250
Stainless steel
Below 250HB 210 0.25 ~19 1,730 | 3,320 210 0.25 ~19 1,730 | 4,150
~90 03 ~19 750 | 1,200 ~90 03 ~19 750 | 1,500
FOVEE | ooyqg
(T-6AR4V) | oenee| 140 0.2 ~19 750 | 1,200 140 0.2 ~19 750 | 1,500
Titanium alloy
210 0.15 ~19 750 | 1,200 210 0.15 ~19 750 | 1,500
~90 03 ~19 400 480 ~90 03 ~19 400 600
ﬁﬁﬁ% JO5118 |y 0.2 ~19 400 480 140 0.2 ~19 400 600
Inconel (JC8050) ' '
210 0.15 ~19 400 480 210 0.15 ~19 400 600

0 IRIVRELRE, ap: SABDOYIAARS, e: £BAROYLAHRSE, N : TEEERE, Vi XERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EOEEEIR
1) EECOUIHISRME RIS KD — TR TRELEE W,

2) UUWHRELUISEF ANAH TS Z LEEBIEXBEUTLREV. H2VIFEVEEZ T IFTERLEE L,

3) WREINAREBDHZE(E FTUWAHFRIZEL U TLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE 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.



Mux QMY Y IR EI215—AY K EYAHF:ED UIHISFRG

TYPE Low cutting depth & high feed conditions for MQX and MSN

QAMTvI AMQXH (RHIDAZPMT 100320ZER;Fv ) + BE—H#M(EY 15— \NvRBAZ—IViBEY+>57—I\) IPMT100320ZER type

TE&Z (mm) Tool dia.
5 ) A ?MJE? 30/32/35 32/35
Work materials Grad XL No. of teeth BN XL No. of teeth BN
LaCES 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
o=l ~100 04 ~25 1,690 5,070 ~100 0.4 ~25 1,690 6,080
EEESOC' 855&)_F Lestis
250HBL _ _
Earbon steel |(JC8050) 150 0.35 25 1,690 5,070 150 0.35 25 1,690 6,080
o0, CE8). 210 | 03 ~25 | 1520 | 4110 210 | 03 ~25 | 1520 | 4930
T8 ~100 0.4 ~25 1,590 4,770 ~100 0.4 ~25 1,590 5,720
(SKD61, SKD11) JC5118
fE255HBLLT ~ ~
LDie stoal (JC8050) 150 0.35 25 1,590 4,770 150 0.35 25 1,590 5,720
e T 210 | 03 ~25 | 1430 | 3860 210 | 03 ~25 | 1430 | 4640
(HPM7 PX5. P20) 100 0.4 25 1,590 4,770 100 0.4 25 1,590 5,720
BE30-36HRC | JC8050 - -
o = |tstigy| 180 | 035 25 | 1590 | 4770 150 | 035 25 | 1590 | 5720
(1.2311, P20)
30-36HRC 210 | 03 ~25 | 1430 | 3860 210 | 03 ~25 | 1430 | 4,640
(ﬁ F%ﬁ) ~100 04 ~25 1,490 5,220 ~100 0.4 ~25 1,490 6,260
@&300HBLIT ~ ~
GreyLl(& o Jost8 | 150 | 0.35 25 | 1490 | 5220 150 | 035 25 | 1490 | 6,260
GG, GGG
Below 300HB 210 0.3 ~25 1,340 4,230 210 0.3 ~25 1,340 5,070
27V ~100 04 ~25 1,690 5,070 ~100 0.4 ~25 1,690 6,080
(SUS304)
@S 250HBIAT | JC8050 150 0.35 ~25 1,690 5,070 150 0.35 ~25 1,690 6,080
Stainless steel
Below 250HB 210 0.3 ~25 1,520 4,110 210 0.3 ~25 1,520 4,930
~100 0.3 ~25 600 1,250 ~100 0.3 ~25 600 1,500
FIYEE | o5y
(Ti-6AI-4V) (JC8050) 150 0.25 ~ 600 1,250 150 0.2 ~ 600 1,500
Titanium alloy
210 0.2 ~25 600 1,250 210 0.15 ~25 600 1,500
~100 0.3 ~25 300 500 ~100 0.3 ~25 300 580
MRIE | o5y
(NCO718) | Cooepy| 150 | 025 | ~25 300 500 150 | 025 | ~25 300 580
Inconel
210 0.2 ~25 300 500 210 0.2 ~25 300 580

0 IPRIVRHELRE, ap: SABOYIAARSE, e: EBRAROYLAHRSE, N : TERERE, Vi XRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LEDOFEEEIR
1) LEEDLTHISEAS . RIS KOD— IR U TRELIEE L,

2) UUWHRELUISEF ANAH TS Z LEEBIEXBHEUTREV. 2 VIFEVEREZ T IFTERLEE L,

3) WHENABDBE(E FTUWAHFREZEELUTLKREEVRICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZETH>TRE W HIC IIEMCTOFvETA NI TR FTRURISERLSZE 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.



MOdUIar Heads FULL LINEUP

QMY Y IR EVa15—Av R EiAHEiED YIS
TYPE Low cutting depth & high feed conditions for MQX and MSN
QM7 v ZMQXH (BHIDAZPMT 100320ZER;Fv7) + RE—#(TY 15— \NvyRAZ—IVEBES+>/27—I\) ZPMT100320ZER type

- TE® (mm) Tool dia.
5 ) A 9; a‘JE 40/42 20
Work materials XL No. of teeth BN XL No. of teeth 7N
Grades 2 Zp e n Vi 2 o Ze n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min*") (mm/min)
RS ~100 0.4 ~32 1,350 | 4,860 | ~100 0.4 ~32 1,350 | 5,670
rﬁ(im’ 855&)‘5 JC5118
250HBL N N
Earbon steel |(JC8050) 150 0.35 32 1,350 4,860 150 0.35 32 1,350 5,670
060,080 210 | 03 ~32 | 1200 | 3,940 210 | 03 ~32 | 1200 | 4590
TEH ~100 0.4 ~32 1,270 4,570 ~100 0.4 ~32 1,270 5,330
(SKD61, SKD11) L5118
B 255HBIUT - -
< Die steel (JC8050) 150 0.35 32 1,270 4,570 150 0.35 32 1,270 5,330
1.2344,1.237
LSz 210 | 03 ~32 | 1140 | 3700 210 | 03 ~32 | 1,140 | 4320
o o 100 0.4 32 1270 | 4,570 100 0.4 32 1,270 | 5,330
E30-36HRC | JC8050 _ N
ool |Wsig| 150 0.35 32 1270 | 4,570 150 0.35 32 1,270 | 5,330
(1.2311, P20)
20-36HRC 210 0.3 ~32 1,140 | 3,700 210 0.3 ~32 1,140 | 4,320
(ﬁ F§*) ~100 0.4 ~32 1,190 5,000 ~100 0.4 ~32 1,190 5,830
@&300HBLIT ~ ~
GmyL%NO it Jste | 150 | 0.35 32 | 1,19 | 5000 150 | 0.35 32 | 1190 | 5830
GG, GGG
Below 300HB 210 0.3 ~32 1,070 4,050 210 0.3 ~32 1,070 4,720
25U ~100 0.4 ~32 1,350 | 4,860 | ~100 0.4 ~32 1,350 | 5,670
(SUS304)
@ 250HBIAT | JC8050 150 0.35 ~32 1,350 4,860 150 0.35 ~32 1,350 5,670
Stainless steel
Below 250HB 210 0.3 ~32 1,220 3,940 210 0.3 ~32 1,220 4,590
~100 0.3 ~32 480 1,150 ~100 0.3 ~32 480 1,350
FIUEE | o511
(Ti6A-av) | el 150 | 025 | ~32 480 | 1,150 150 | 025 | ~32 480 | 1,350
Titanium alloy
210 0.2 ~32 480 1,150 210 0.2 ~32 480 1,350
~100 0.3 ~32 250 450 ~100 0.3 ~32 250 520
MASE | o548
(NCO718) | \caos0)| 150 0.25 ~32 250 450 150 0.25 ~32 250 520
Inconel
210 0.2 ~32 250 450 210 0.2 ~32 250 520

0 IPRINRHULER, ap: #AROYLAHRSE, Qe: FBRARDEYNAHKRE, n: TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER LEDOEEEIR
1) EECDOUIHISRME RIS KD — TR TRELEE W,

2) UUWHRELUIBEF ANAR TS Z LEEMIEXBEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) WREINARBDZE(E FTUWAHFRIZELUTLKEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>TREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE 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 8p 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.



/ADIJEI
MQX | avzyo2 Eva5—~vk msumme

TYPE Recommended cutting conditions for MQX and MSN YPHW 15 -F-t
QM AMAXT —F IV EISEYPHW:-15/-FRsFy ) HEE—B(EY 25—y KL —IVEBEY v~ 5 P—I0) (For up & down finshing)
TE#& (mm) Tool dia.

wu s | TV 16 /17 20 20/21
Work materials | & H# No. of teeth 2N X No. of teeth 3N ¥ No. of teeth 4N
Grades [~ p Pf | ae n Vi | 2 Pf | ae n Vi | 2 Pi | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
il ~ ~ ~
(S500. $550) 70 | 05 |<0.2 | 8950 2,680 70 | 06 <02 |7160 | 3,220 70 | 06 |<02 |7,160 | 4,290

fES250HBLLT | JC8015 120

Caton e |(Jca109) 05 |<02 | 6960 1390| 120 | 06 | <02 |7160 2790 | 120 | 06 <02 | 7,160 3,720

(C50, C55)
Below 250HB 160 | 05 |<02 | 6960/ 1,110 190 | 06 |<<0.2 |5570|1670| 190 | 0.6 |<0.2 |5570 | 2,230
LR ~70 | 05 (<02 | 7960 2390 ~70 | 0.6 <02 6370 |3220| ~70 | 06 <02 |6,370 4,290

(SKD61, SKD11)

RECOHEAT | oao| 120| 05 |<02 | 5,970/ 1190 | 120 | 06 |<02 |6370 2480 | 120 | 06 |<02 | 6370 | 3310

Die steel
(1.2344, 1.2379)

Below 255HB 160 | 05 <02 | 5970/ 960 | 190 | 06 |<0.2 | 4,770 1430 190 | 0.6 |<0.2 | 4,770 | 1,910
TUN— R/ ~70| 05 [<02 | 6960|1670 | ~70 | 06 |<0.2 |55702000| ~70 06 |<0.2 |5570 | 2,670

(HPM7, PX5, P20) 16801
fi#<30-36HRC 5
(LMoIdsteeI) (Cs10)| 120| 05 |<02 | 4970 840| 120 | 06 |<02 5570 1670 120 06 |<02 | 5570 | 2230
1.2311, P20
30-36HRC 160 | 05 |<0.2 | 4970| 700| 190 | 06 |<0.2 |3980 | 960| 190 | 06 |<02 | 3,980 | 1,280

TYUN— R ~ ~ ~
(NAKGO, HPVH P21) 70 | 05 |<0.2 | 4,980| 1,200 70 | 06 <02 |3980 | 1,430 70 | 06 |<0.2 |3,980 1910

@& 38-43HRC | JCBO15
(LMoIdsteeI) (Cetoz| 120 | 05 |<02 | 3560/ 600| 120 | 06 |<02 |3980 1190 120 | 06 <02 |3980 1,590
1.2311, P21
36-43HRC 160 | 05 |<02 | 3560 500| 190 | 06 |<02 2840 690| 190 | 06 |<02 |2840 920

BEAN ~ ~ ~
(SKDB:. DAC, DHA) 70 | 05 |<0.15| 3,380| 680 70| 06 |<0.15 2,710 | 810| ~70 | 06 |<0.15]2,710 | 1,080

@ 42-52HRC | JC6102 120
Hardened die steel |(JC8015)
(1.2344, 1.2379)

05 |<0.15| 2,400) 340 120 | 0.6 |<0.15/2710| 670| 120 | 06 |<<0.15/2,710 890

42-52HRC 160 | 05 |<0.15| 2,400 280 | 190 | 06 |<0.15/1,940| 390| 190 | 0.6 |<0.15 1,940 | 520
(% F(‘%) ~70 | 05 |<0.2 10,900 4,360 ~70 | 0.6 |<0.2 | 8,750 |5250| ~70 | 06 |<<0.2 |8,750 7,000

B 300HBLLT | JC8O15
o & Noducas ron | (1Cs102)| 120 | 05 <02 | 8950/ 2680 | 120 | 06 |<02 | 7,160 4300 | 120 | 06 |<02 |7,160 | 5730

(GG, GGG)
Below 300HB 160 | 05 |<0.2 | 8950|2150 190 | 06 |<0.2 |7,160 3220 190 | 0.6 |<<0.2 | 7,160 | 4,290

0 IRINVERHEULRE, Pi:EVI71—F, e: ¥FARDYLAHZES, N : TEEERE, Vi:X)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFEEIR
1) EECOVIAISRAE ERBIES KO0 —IBIEICIN U THEL T,

2) UUWHREUISE(F ANAG RS Z LEEBIEXLBEUTLREV. B WVIFEVREZ T FTERLEE L,

3) BMEBNTEDGEE. FTVPAHFRIE XL TLREE VL RICNB KV VIZ FFTERLEE L,

4) I7 =7 O— KWWK TREMBZTH>OTREE W, FIC IEMCTOFvETA NI TIIIIS 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.



MOdUIar Heads FULL LINEUP

QAMTIYIR EV1S—AYR ERUIEIRG

Recommended cutting conditions for MQX and MSN

QM2 AMQXRI S—F IR EF Y PHW-15/-F 5 ) + TRE—BCES 15— ~REA BB Y27 —10) \Forup & dow insing)

TE® (mm) Tool dia.

wul |77 25/26 30/32/35

Work materials G’?;E%S . Egifl No.gfeteeth ;1N o . ﬂgﬂfl No.gl;teeth ?N - . Eiﬁfl No.gfeteeth ?N "
(mm) | (mm) | (mm) | (min?) |(mm/min)} (mm) | (mm) | (mm) | (min”) (mm/min)] (mm) | (mm) | (mm) | (min”) [(mm/min)

S ~90| 07 |<02 |5730 | 4120| ~90| 07 |<02 |5730 6210 [~100| 0.8 |<02 | 4480 4,030
BT | o 140| 07 |<02 |5730|3440| 140| 07 |<02 5730 4300| 150 08 <02 | 4480 | 4030
Boion S0 210| 07 |<02 | 4460 | 2140| 210| 07 |<02 | 4460|2860 | 210 08 |<02 | 3480 | 2610
e ~90| 07 |<02 | 5090|3660 ~90| 07 |<02 5090 4580|~100| 0.8 <02 | 3980 | 3,580
BQSOHBLLT | seti| 140| 07 | <02 | 5000 3050 | 140| 07 |<02 5090 3810 150 08 |<02 | 3980 | 3580
o 210| 07 |<02 3820 1830 | 210| 07 |<02 3820|2290 | 210/ 08 |<02 | 2980 | 1,740
T o po ~90| 07 |<02 | 4460 2680 | ~90| 07 |<02 | 4460 3350 |~100| 0.8 |<02 | 3480 | 2,610
B RC | Joady| 140| 07 | <02 | 4460 | 2140| 140| 07 |<02 4460 2680 150| 08 <02 | 3480 2610
Ut 210| 07 |<02 |3180|1270| 210| 07 (<02 |3180 159 | 210 08 <02 | 2490 1250
el ) ~90| 07 |<02|3180 1530 | ~90| 07 |<02 |3180 1910 [~100| 0.8 |<02 | 2490 | 1,500
B oA | Joady| 140] 07 |<02 3180 |1220| 140| 07 |<02 3180|1520 150| 08 <02 | 2490 1500
Y 210| 07 |<02 |2270| 730| 210| 07 |<02 |2270| 910| 210/ 08 |<02 |1780| 720
ot ~90| 07 |<015/2160 | 860| ~90| 07 |<0.15 2,160 1080 [~100| 0.8 |<0.15 1690 850
B Jooie| 140 07 |<015/2160| 690| 140| 07 |<0.15 2160 860| 150| 08 <015 1,690 | 850
208 ire) 210| 07 |<015 1540 410| 210| 07 |<015 1540 510| 210 08 |<0.15 1210 410
£l ~90| 07 |<02 | 7000 5600| ~90| 07 |<02 7,000 7,000|~100| 0.8 <02 | 5470 | 5470

o oe [ Ocato| 140| 07 |<02 |5730| 4580 | 140| 07 |<02 |5730 5730 | 150| 08 |<02 | 4480 | 5470
Boiow 008 210| 07 |<02 5730 |3440| 210| 07 |<02 |5730|4300| 210/ 08 |<02 | 4480 | 3,360

0 IDRIVRHULRE, Pt:EVIT71—F, Ge: ¥BAMEMDYLAKRE, N : TEREERE, Vi E)EE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LOFEEIR

1) EECOVIRISRAE ERBIES KOO —IBIEICIN U THELEE L,

2) UUWHREUISEF ANAGRS Z LEEBIEINBEUTLREV. BB VIFEVREZ M FTERLEE L,

3) ERENTRRDHSE FTVPAFREZZLTLREEVRICNB LV VIZFFTERLEE L,

4) I7—=7O— KWWK TREMEBZTH>OTREE W FIC IEMCTOFvET A NI TIIII S FTRUBITERLSEE 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.



/ADIJEI
MQX | avzro2 Eva5—~vk msumme

TYPE Recommended cutting conditions for MQX and MSN VPHW-15-F-
QMIZyH AMAXR () \—F IR EFRYPHW15/-FF7) + EE—BEI 25— ~IREZ— BB+ I7—I%)  (Forup & down 'ﬁ‘,ﬁ‘s‘,’“ng)
TE#& (mm) Tool dia.

wu s | TV 32/35 40/42 40
Work materials | T F#E No. of teeth BN FE No. of teeth BN FE No. of teeth 7N
Grades |~ ¢ Pf | ae n Vi | @ Pf | ae n Vi | 2 Pi | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(Ssﬁigsmsc) ~100| 0.8 |<0.2 | 4480 4,830 |~100| 0.88 |<0.2 | 3,580 | 3,870 | ~100| 0.88 | <<0.2 | 3,580 | 4,520

fES250HBLLT | JC8015

Catonsg - |(Jcato)| 150| 08 | <02 | 4480 | 4830 | 150) 088 <02 | 3580 3870 | 150| 0.88 (<02 | 3580 4520

(C50, C55)
Below 250HB 210] 08 |<<0.2 | 3480 3130( 210| 088 |<0.2 | 2,790 |2,010| 210| 0.88 |<0.2 | 2,790 | 2,350
L2 ~100| 0.8 |<0.2 | 3,980 | 4,300 |~100| 0.88 |<0.2 | 3,180 | 3,430 | ~100| 0.88 |<<0.2 | 3,180 | 4,000

(SKD61, SKD11)

R E AT | oao| 150| 08 |<02 | 3980|4300 | 150| 088 |<02 | 3180|3430 | 150| 0.88 | <02 | 3180 | 4,000

Die steel
(1.2344, 1.2379)

Below 255HB 210| 0.8 <02 | 2980|2090 | 210| 088 |<0.2 | 2390 1,720 210| 0.88 |<0.2 | 2,390 | 2,010
TUN— R/l ~100| 0.8 |<0.2 | 3,480 3,130 |~100| 0.88 |<0.2 | 2,790 | 2,510 [~100| 0.88 |<<0.2 | 2,790 | 2,930

(HPM7, PX5, P20) 16801
fi#<30-36HRC 5
(LMoIdsteeI) (Cetom| 150| 08 |<02 | 3480|3130 | 150| 0.88 |<02 | 2790 2510| 150| 0.88 <02 | 2790 2,930
1.2311, P20
30-36HRC 210 08 |<02 | 2490 1500| 210| 088 |<0.2 | 1990 | 1430 | 210| 0.88 |<02 | 1,990 | 1,670

TYUN\— R ~ ~ ~
(NAKBO, HPMT P21) 100 0.8 |<0.2 | 2,490 | 1,800 (~100| 0.88 |<<0.2 | 1,990 | 1,430 |~100| 0.88 |<0.2 | 1,990 | 1,670

fiEx38-43HRC | JC8015
Toneoe | OCetom| 150| 08 |<02 | 2490|1800 | 150| 0.88 |<02 | 1,990 | 1430 | 150| 0.88 <02 | 1990 | 1,670

(1.2311, P21)
38-43HRC 210| 08 |<02 |1,780| 860| 210| 0.88 |<02 |1420| 820| 210| 0.88 (<02 | 1,420 | 960
BEATLSE ~100| 0.8 |<0.15] 1,690 | 1,020 | ~100| 0.88 |<0.15( 1,350 | 810 |~100| 0.88 |<0.15| 1,350 | 950

(SKD61, DAC, DHA)

@ 42-52HRC | JC6102
Hadoned e etocl | (Ca0ts)|  150| 0.8 |<0.15| 1,690 | 1020 | 150| 0.88 | <015/ 1350 10| 150 088 <015 1,350 950

(1.2344, 1.2379)

42-52HRC 210] 08 |<0.15/1,210| 490 | 210| 088 |<0.15| 960 | 460| 210| 0.88 |<<0.15| 960 | 540
(EGE F(%S) ~100| 0.8 |<0.2 | 5470 | 6,560 |~100| 0.88 |<0.2 | 4,380 | 5,260 | ~100| 0.88 |<<0.2 | 4,380 | 6,140

fEE300HBLLT | JC8O15
o & Noducasron | (1C6102)|  150| 08 <02 | 4480 | 6560 | 150 0.88 [<02 | 4380 5260 | 150| 0.88 |<02 | 4380 | 6,140

(GG, GGG)
Below 300HB 210| 08 |<<0.2 | 4480 4,030( 210 088 <02 | 3580 3220| 210| 0.88 |<<0.2 | 3,580 | 3,760

0 IDRIVRHULRE, Pt:EVIT71—F, Ge: ¥BAMEMDYLAKRE, N : TEREERE, Vi XE)ERE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFEEIR
1) EECOVIAISRAEERBIES KO0 —IBIEICIN O THELEE L,

2) UUWHREUSEF ANAGRS Z LEEBIEIBEUTLREV. BB VIFEVREZ T FTERLEE L,

3) BMEBNTEDZEE. FTVPAHFRSEZLTLREEVRICNB KV VIZ FIFTERLEE L,

4) I7—=7O— KWWK TREMBZTH>OTREE W, FHIC IEMCTOFvETA NI TIIII S FTRURISERLEE 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.



MOdUIar Heads FULL LINEUP

QMY Y IR EJaS5—Av R EEEIRMG
TYPE Recommended cutting conditions for MQX and MSN
QMY v ZMAXF(BImEt EFEYPHW:-15/-FFv 7)+ BE—H(T Y 15—~y RBF—IViBIEY +>/ 2 77— ) YPHW:-15/-F-type (For side finishing)

TE®& (mm) Tool dia.

wul it | FY7 16 /17 20 20/21
Work materials | 1418 H# No. of teeth 2N ¥ No. of teeth 3N XE No. of teeth 4N
Grades [~ 2 a | 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) | (min7) |(mm/min)

s ~70 | 1.5 |<0.2 12,900/ 3,870 | ~70 | 1.5 | <0.2{10,300| 4,640 ~70 | 1.5 | <0.2/10,300 6,190
(850C, S55C) CX75

2 250HBLIT gceois)| 120 | 1| <02 8960 2150| 120 | 1 | <02| 7602580 120 1 | <02 7,160 3440
5050, C8) 160 | 0.7 | <0.2| 8950 1,790| 190 | 0.7 | <0.2| 7,160/ 2,150 | 190 | 0.7 | <0.2| 7,160| 2,870

(skDB7, SKD11) | x5 70| 15 | <0.2| 8,950/ 2,680| ~70 | 1.5 | <0.2| 7,160]3,220 | ~70 | 1.5 | <0.2| 7,160/ 4,290

g AR %80153 120 1 | <02| 89502150 120 | 1 |<02| 7,160/2580| 120 | 1 | <0.2| 7,160, 3,440
JC6102

e A0y 160 | 0.7 | <02/ 6,960/ 1,390| 190 | 0.7 | <02/ 5570/ 1,670 190 | 0.7 | <0.2| 5570 2,230

TU\— RV ~70| 15 | <02] 8950/2,680| ~70 | 15 | <02 7,160/3220 | ~70 | 15 | <0.2] 7,160/ 4,290

W TRAG | Jcaots
R SSHRC | atom| 120 1| <02 8950 2150| 120 1 | <02 7,160/ 2580 | 120 | 1 | <0.2| 7,160| 3,440
(12311, P20) 160 | 0.7 | <0.2| 6,960/1,390| 190 | 0.7 | <0.2| 5570/ 1,670| 190 | 0.7 | <0.2| 5570| 2,230
TU\— RV ~ ~ =

O, 70| 15 | <02]| 7.960[1,910| ~70 | 1.5 | <02] 6370/ 2,200 ~70 | 1.5 | <0.2| 6,370/ 3,050
s ASHRC | atm| 1201 1 | <02] 6960 1390] 120] 1 | <02 5570[1670| 120 | 1 | <02| 5570] 2,230
Ee ey 160 | 0.7 | <0.2| 6,960/ 1,110| 190 | 0.7 | <0.2| 5570/1,340| 190 | 0.7 | <0.2| 5570/ 1,790
AT ~ ~ ~

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

e 2G| Joetom| 120 | 1 | <02 3380 540| 120 | 1 | <02| 2710 630| 120 1 | <02 2710 840
i 2 I Y I S 1 I S S R R R I
NI ~ ~ ~

(SKD1T-SL0, Do) 70 1 |<02]| 3580 720 ~70] 1 |<02] 2860 860|~70| 1 |<02] 2860 1,150

BB=55-62HAC | yoe102 | 120 | 0.7 | <0.2| 2,980 480| 120 | 0.7 | <02 2,390 570| 120 | 07 | <0.2| 2,390 760

Hardened die steel

B I Y I I I I 1 e B K R R

B ~70] 15 | <02109003270| ~70 | 15 | <02/ 8750/3940| ~70 | 15 [ <02] 8,750 5,250
B S OHBH ™ | Jeao| 120 1 | <02) 8950/2,150| 120 1 | <02 7,60 2580 | 120 1 | <0.2| 7,160| 3440
o S 160 | 07 | <02 89501790| 190 07 | <02| 7,160/ 2,150| 190 | 07 | <0.2| 7,160/ 2,870
27 L2 ~70| 15 | <02| 8950 2680 | ~70 | 15 | <02 7,160[3220| ~70 | 15 | <02 7,160] 4290

Egi?ngli?ég? Do 120 1 | <02] 8950/2150| 120 | 1 | <02 71602580 | 120| 1 | <0.2| 7,160/ 3440
Below 250HB 160 | 0.7 | <02 6,960/1390| 190 | 07 | <02 5570/1,670| 190| 07 | <02| 5570 2,230
sovag | g || 18 [ <02] t790] 4a0] ~70] 15 [ <vz[ 14n] g0 ~m0] 15 [ <oz] 1420] o
rieaay) ol 120 1 | <02] 1390 280| 120| 1 | <02 1,110/ 330| 120| 1 | <02 1,110 440
Hanm ety 160 | 07 | <02| 1390 220| 190| 07 |<02| 1,110 270| 190 | 07 | <02| 1,110 360

0 : IRIVEHLES, ap: $ABOYIAHES, de: EEABOYLAAFEE, N : TEOEERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFESEIR
1) LEEDYIRISRAE ERAIES KD —TBIEICR U THERELZE 0,

2) UUWHREUISEF IAHRS Z LEEBIEX ) BEUTLREV. BB NFEVEEZ FFTERLEE W,

3) BMBNTREDZEF. FTVNAHFRIEZLTLREEVRICNB KV VIZ T IFTERLEE L,

4) I7—7O— KWWK TREMEBZTH>OTREE W, FIC IEMCTOFvETA NI TIIII S FTRIRITERLEE 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.



MQX | avzro2 Eva5—~vk msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QMY ZMAXF(BIEt EFEYPHW:-15/-FFv 7) + BE—®(T Y 15—~y RBF—IViBIEY +>/2 77— ) YPHW:-15/-F-type (For side finishing)

TEZ (mm) Tool dia.
wmus |27 25/26
Work materials & HEL No. of teeth 4N HEL No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~

(;3516—&(:’ B | oo 90 15 <02 | 8280 | 4970 90 15 <02 | 8280 | 6210

BE250HBET | (jcso15)| 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440
(JC6102)

5050, 0o8), 210 0.7 <02 | 5730 | 2290 210 0.7 <02 | 5730 | 2,860
o | oos 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4300
BE205HBL G| 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440
(2814 1.2870) 210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230
T\~ E ~ ~
e . 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4300

L ISHRC | e | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440

01,2311, P20) 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230
TU\— R4 ~ ~
G| 90 15 <02 | 5000 | 2440 90 15 <02 | 5000 | 3,050

((_Mold S (o2 140 1 <02 | 4460 | 1,780 140 1 <02 | 4460 | 2230

12811, Bl 210 0.7 <02 | 4460 | 1,430 210 0.7 <02 | 4460 | 1,790

AT ~ ~
sl | 90 15 <02 | 2550 | 1,020 90 15 <02 | 2550 | 1,280
”(iﬁggﬂid e Uco10) 140 1 <02 | 2,160 690 140 1 <02 | 2,160 860

"42-52HRC 210 - - - - 210 - - - -

AT ~ ~
sl 90 1 <02 | 2,290 920 90 1 <02 | 2290 | 1,150
“@'@gzzd s s Josto2 | 140 0.7 <02 | 1,910 610 140 0.7 <02 | 1,910 760

'55-62HRC 210 - - - - 210 - - - -

) ~90 15 <02 | 7,000 | 4200 | ~90 15 <02 | 7,000 | 5250
S 300HBLLT | JC8O15
GreyL%Nodmm?mn Do | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
pg, 883 210 07 | <02 | 5730 | 2,290 210 | 07 <02 | 5730 | 2860
B ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
SUS304
BE250HBLIT |cgioy)| 140 | 1 <02 | 5730 | 2750 | 140 | <02 | 5730 | 3440
alnless siee

Below 250HB 210 0.7 <02 | 4460 | 1,780 210 07 <02 | 4460 | 2230

e ~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690

i - RV R <02 | 890 | 360 | 140 | <02 | 890 | 450

Titani I

e ey 210 | 07 | <02 890 280 | 210 | 07 | <02 890 350

0 : IRIVEHLEY, ap: $ABOYIAAHES, de: EEABROYLAAFS, N : TEREEE, Vi: R)EE
£ : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFEEIR
1) EECOVIRISRAE ERBIES KO0 —IBIEICIN O THELEE L,

2) UUWHREUISEF ANAGRS Z LEEBIEX D BEUTLREV. B VNIFEVREZ T FTERLEE L,

3) BHEBNTEDGSE. FTVIAHFREE XL TLREE VL RICNB KV VIZ T IFTERLEE L,

4) I7—=7O— KWWK TREMBZTH>OTREE W FHIC IEMCTOFvETA NI TIIII S FTRURITERLEE 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.



MOdUIar Heads FULL LINEUP

QMTYIRX EJa1S5—Av R ELEIRM
TYPE Recommended cutting conditions for MQX and MSN
QMY I ZMAXF (BIELEIFRAYPHW-15/-FiF v 7) +TEE—B(E Y 25—~y RRF—IVEBIE v/ 2 77— C)YPHW:-15/-F-type (For side finishing)

TE® (mm) Tool dia.
wu s | TV 30/32/35 32/35
Work materials | & H#L No. of teeth BN H#L No. of teeth BN
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%%8-?5@50) o7 ~100 15 <0.2 6,470 4,850 | ~100 15 <0.2 6,470 5,820
BT250HBLUT | (jc8015)| 150 12 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3,230
G (e
Beloy 5001B 210 | 1 <02 | 4480 | 2,240 210 | 1 <02 | 4480 | 2,690
oo | s L2100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
eoOOHBIAT lucsots)| 150 | 12 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
(12344, 1.2579) | WO8102) == P <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
g@g&ﬁg@ o ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
e 150 | 1.2 <02 | 4480 | 2,690 150 | 1.2 <02 | 4480 | 3230
o SBHRG 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
@éé;@@;%) . ~100 | 15 <02 | 3980 | 23%0 | ~100 | 15 <02 | 3980 | 2870
sl doeioe) 150 | 1.2 <02 | 3480 | 1,740 150 | 1.2 <02 | 3480 | 2,090
e 210 | 1 <02 | 3480 | 1,390 210 | 1 <02 | 3480 | 1,670
%ﬁﬁﬁ’g@ o ~100 | 15 <02 | 2000 | 1,000 | ~100 | 15 <02 | 2,000 | 1,200
e s (16610 150 | 1.2 <02 | 1,690 680 150 | 1.2 <02 | 1,690 820
o SoHRe 210 | 1 <02 | 1690 680 210 | 1 <02 | 1,690 820
BEANE ~ ~
W o s T <os ime w0 | w0 | o [ <or | im0
%4 1 5579) : : : : : :
Far e 210 | 07 <02 | 1,490 420 210 | 07 <02 | 1490 500
R ~100 | 15 <02 | 5470 | 4100 | ~100 | 15 <02 | 5470 | 4920
E%ZNE(B&%%%QE Jeeom| 150 | 12 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
Below 300HB 210 1 <0.2 4,480 2,240 210 1 <0.2 4,480 2,690
27 YL RHE ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
ﬁgi%%]:os?:stgx Jeam| 150 | 12 | <02 | 4480 | 2600 | 150 | 12 | <02 | 4480 | 3230
Below 250HB 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
55582 | jar ~100 | 15 <0.2 900 540 | ~100 | 15 <02 900 650
(T6A-aY) | arom| 150 | 12 <0.2 700 350 150 | 1.2 <02 700 420
amum oy 210 | 1 <02 700 280 210 | <02 700 340

0 IPRIVRHELRE, ap: SAMDOYIAARS, e: $BARMOYLAHRSE, N : TERERE, Vi X)ERE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEEEIR
1) EECOVIRISRA S ERBIES KOD—IBIEICINC THEL T,

2) UUWHREUISEF IAGRS Z LEEBIEXSBEUTLREEV. B VNFEVEEZ FFTERLEE W,

3) BRENTEDHSE FTVPAHF RS ZEZLTLEEVRICNB LV VIZTIFTERLIEE L,

4) I7—7O— KWWK TRREMBZTH>OTREE W T IFEMCTOFvET A NI TIIII < FTRUBITERLSEE 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.



MQX | amzy22 Eva5—~v K msumme

A/ oroET
TYPE Recommended cutting conditions for MQX and MSN

QM7 y I AMAXR (RIE{t EIFRAYPHW:-15/-FF v 7) +TBE—#(EY 15—y REBZ—)VBE +> 2 7—I\) YPHW:-15/-F-type (For side finishing)

TERR (mm) Tool dia.
wmu |77 40/ 42 20
Work materials | & H#L No. of teeth BN H#L No. of teeth 7N
Grades 2 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
R ~ ~

(35%, 2o | oos 100 | 15 | <02 | 5170 | 4650 100 | 15 <02 | 5170 | 5420

WC2SOHBIT lucsots)| 150 | 1.5 | <02 | 5170 | 4650 150 | 15 | <02 | 5170 | 5420
(JC6102)

B0, Co0) 210 | 1 <02 | 3580 | 2,580 210 | 1 <02 | 3580 | 3,010
s o | o 100 | 15 | <02 | 3580 | 3220 100 | 15 <02 | 3580 | 3760
B 205HBL R uceoty| 150 | 15 | <02 | 3580 | 3220 150 | 15 <02 | 3580 | 3760
e 00 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2350
T\~ E ~ ~
. 100 | 15 | <02 | 3580 | 3220 100 | 15 <02 | 3580 | 3,760

CLISHRC | e| 150 | 15 | <02 | 3580 | 3220 150 | 15 <02 | 3580 | 3760

01,2311, P20) 210 | <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2,350
TU\— R4 ~ ~
G B 100 | 15 | <02 | 3180 | 2290 100 | 15 <02 | 3180 | 2670

(“Mom S (o2 150 | 15 | <02 | 3180 | 2290 15 | 15 <02 | 3180 | 2670

12811, Bl 210 1 <02 | 2790 | 1,670 210 | 1 <02 | 2,790 | 1,950

AT ~ ~
B | 100 | 15 | <02 | 1590 950 100 | 15 <02 | 1590 | 1,110
oS enC | e 150 | 15 | <02 | 1590 950 150 | 15 <02 | 1350 | 1,110
(1244, 1.2379) 210 | <02 | 1350 | 650 210 | 1 <02 | 1350 760

N ~ ~
sl 100 | 1 <02 | 1430 860 100 | 1 <02 | 1430 | 1,000
H(a;aened o s Jos102 | 150 | 1 <02 | 1430 860 150 | 1 <02 | 1430 | 1,000
1.2341, 1.2879 210 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670

) ~100 | 15 | <02 | 4380 | 3940 | ~100 | 15 <02 | 4380 | 4600
fEE300HBLLT | JC8O15
Greyt%Nodmarcaimn Jeeom| 150 | 15 | <02 | 3580 | 3940 150 | 15 <02 | 3580 | 4,600

pg, B8G) 210 | 1 <02 | 3580 | 2,580 210 | 1 <02 | 3580 | 3,010

R ~100 | 15 | <02 | 3580 | 3220 | ~100 | 15 <02 | 3580 | 3760
SUS304

BE250HBLIT |ogroy)| 180 | 15 | <02 | 3580 | 3220 | 150 | 15 | <02 | 3560 | 3760
alnless siee

Below 250HB 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2350

e ~100 | 15 | <02 720 50 | ~100 | 15 <02 720 610

yA

(roaa)  |Joons 450 | 15 | <02 | 560 | 520 | 150 @ 15 | <02 | 560 | 610

Titani I

ey 210 | 1 <02 560 340 210 | 1 <02 560 400

0 : IRIVEHLES, ap: BABOYIAHES, de: EEABOYLAAFEE, N : TEREERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEFSEIR
1) EECOVIHISRAE ERBIES KO0 —IBIEICINC THELEE L,

2) UUWHREUISEF ANARFRS Z LEEBIEXR ) BEUTLREV. HBVNFEVEEZ TP TERLEE W,

3) BB NTNEDGEF. FTVNAHFRSEZLTLEE VL RICNB KV VIZTFIFTERLEE L,

4) I7 =7 O— KWWK TREMBZTOTREE W FIC IFEMCTOFvETA NI TR FTRUBISERLSEE 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.



MOdUIar Heads FULL LINEUP

QMT Y IR EJ2S5—Av K EELIHIRE
TYPE Recommended cutting conditions for MQX and MSN YPHW:-15-
QM7 yZ ZAMAXH (EE{L EIFAYPHW:-15/F7) + BE—#(EJ15—\YRRA—VEE>+> 57 —I\) (For hottom fa‘c’ﬂ ?inishing)

TE®& (mm) Tool dia.

wul it | FYT 16 /17 20 20/21
Work materials | M H# No. of teeth 2N X No. of teeth 3N X% No. of teeth 4N
Grades [~ 2 a | ae n Vi | 2 a | ae n Vi | 2 ap | ae _ 3
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) | (mm) | (min7) |(mm/min)

(85%,8550) 70| 02 |8~16|5,200|2,600( ~70 | 0.2 |10~20| 4,200 3,150 | ~70 | 0.2 |10~18| 4,200 | 4,200

B S0HBHT | X0 120| 02 [8~16/3900(1,550| 120 0.2 |10~20/3.200 1950| 120 0.2 |10~183,200 | 2550

5050, C0) 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

e ~70| 02 [8~16]4,700]2,100 ~70 | 0.2 [10~20]3,800]2,550 | ~70 | 0.2 [10~18]3,800]3 400
B OOOHBIIT | Xr| 120 | 02 [8~16/3,500] 1,400 120 | 02 |10~20/2,900 | 1,750 | 120 | 0.2 |10~18 2,900 | 2,350
e A0y 160 | 0.2 |8~10|3,000|1,100| 190 | 0.2 |10~12| 2.450|1,300| 190 | 0.2 |10~12| 2,450 1,750
TUN— KV ~70 | 02 [8~16]4,350]1,750| ~70 | 0.2 [10~20[3,500] 2,100 ~70 | 0.2 [10~18]3500] 2,800

(HPM7, PX5, P20)
B 30-36HRC | yog102 | 120 | 0.2 |8~16/3,250 1,200 120 | 0.2 |10~20| 2,650 | 1,450 | 120 | 0.2 |10~18|2,650 | 1,950

(1,231, P20) 160 | 0.2 |8~10|2,750| 950| 190 | 0.2 |10~12| 2,250|1,150| 190 | 0.2 |10~12| 2,250 1,500
TUN\= R/ ~70| 02 |8~16]4,000] 960| ~70| 02 [10~20]3.200]1,150] ~70 | 0.2 [10~18]3,200] 1,500

(NA_K\?O, HPMA1, P21)
S 38-43HRC | yog102 | 120 | 0.2 |8~16]3,000) 600| 120 | 0.2 |10~20/2,400| 720| 120 | 0.2 |10~18/2,400 960

Eeline) 160 | 02 |8~10|2550| 500| 190 | 0.2 |10~12|2,050  600| 190 | 0.2 |10~12| 2,050 | 800

(SKDET, DAC. DHA) 70| 02 |8~16/2,000| 400(~70| 0.2 |10~20|1,600| 480|~70| 0.2 |10~18 1,600 | 640

gt 42-52HRC ~ I~ ~
RCA2-52HAC | yos102 | 120 | 0.2 [8~16/1,600| 320| 120 | 02 |10~20/1,280| 380 120 0.2 |10~18 1,280 510

i I I I S B B Y B I A Y I

(SKD17SLD. DC11) 70 | 0.2 |8~16|1,400| 200 70| 0.2 |10~20/ 1,120 | 240 70| 0.2 |10~18/ 1,120 320

8t 55-62HRC ~ ~ ~
BB oo-B2HAC | yos102 | 120 | 0.2 |8~16/1,000| 100| 120 | 02 |10~20| 800| 120| 120 | 0.2 |10~18 800 160

R | o - [ [ |- [wl - [ -] -]-

(gag Fgg) ~70 | 0.2 |8~16/4,000 1,600 | ~70 | 0.2 [10~20|3,180|1,910| ~70 | 0.2 |10~18| 3,180 | 2,540
B 300HBLAT | joa102 | 120 | 02 |8~16/3,000| 900| 120 | 0.2 |[10~20|2,390 1,080 | 120 | 0.2 |10~18| 2,390 | 1,430

Grey % Nodular ca§1 iron

peas, G6G) 160 | 0.2 |8~10|2600| 520| 190 | 0.2 |10~12| 2,070 630| 190 | 0.2 |10~12|2,070| 830
Az ~70| 0.2 |8~16]3,600|1,080| ~70 | 02 [10~20/ 2,860 1,200 | ~70 | 0.2 [10~18]2.860] 1,720
SUS304

BE250HBLIT | 06102 | 120 | 02 |8~16]2600| 620| 120 | 02 [10~20]2070] 750 120 | 0.2 |10~18) 2,070 | 1,000
Below 25018 160 | 02 |8~10]2,000] 400| 190 | 0.2 |10~12[1590| 480| 190 | 0.2 |10~12]1500| 640
e ~70| 02 |8~16/1,000] 300 ~70| 02 |10~20] 800| 360|~70| 02 |10~18] 800 480
(Ti6A-4) | Jcet02 | 120 | 02 |8~16| 600 120| 120| 0.2 [10~20| 480| 150| 120 | 02 |10~18 480 200
Tramum oy 160 | 02 |8~10 600 120| 190 | 02 |10~12| 480  150| 190 | 0.2 |10~12| 480 200

0 IPRIVRHELRE, ap: SAMDOYIAARS, e: £BARMOYLAHFRSE, N : TERERE, Vi XERE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEEEIR
1) EECOVIRISRA S ERBIES KOD—IBIEICINC THEL T,

2) UUWHREUISEF IAGRS Z LEEBIEXSBEUTLREEV. B VNFEVEEZ FFTERLEE W,

3) BRENTEDHSE FTVPAF RS ZEZLTLEEV RICNB LV VIZTIFTERLIEE L,

4) I7 =7 O— KWWK TRREMBZTH>OTREE W, T IFEMCTOFvET A NI TIFII<S FTRUBITERLSEE 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.



/ADIJEI
MQX | avmzyo2 Eva5—~vk msumme

TYPE Recommended cutting conditions for MQX and MSN YPHWS15-4
QM?“JQZMQX’E (Eﬁitilijpr*-.l 5”29-'“/70) + J_IEEI—@(:E°/J5—’\‘yl<ﬁﬁ7.l'—)l/ﬁﬁﬁ,@91"777—l (‘) (For hottom fagg%mshmg)
TE& (mm) Tool dia.

wus | TV 25/26
Work materials ZE F# No. of teeth 4N X% No. of teeth BN
Grades 2 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(351?0?8'%5%50) ~90 02 |125~25| 3400 3,400 ~90 02 |125~22| 3,400 4,250
FE250HBLIT | CX75 _ =
Carbonstesl | oeioz)| 140 02 |125~25| 2500 2,000 140 02 |125~22| 2500 2,500
o050, 058, 210 0.2 |125~15| 2200 | 1550 210 02 |125~15| 2200 | 1,900
R 90 02 |125~25| 3,050 2,750 90 02 | 125~22| 3,050 3,400

B 266HBLEIR | CX75 - ~
< Die steel (JC6102) 140 0.2 12.5~25 | 2,250 1,800 140 0.2 12.5~22 | 2,250 2,250
(1.2344, 1.2379)

EAAAL ST 210 02 |125~15| 2,000 | 1,400 210 02 |125~15| 2,000 | 1,750
o ik o) 90 02 |125~25| 2,800 | 2,250 90 0.2 [125~22| 2,800 | 2,800
BE30-36HRC | jcs102 | 140 02 |125~25| 2100 | 1500 140 02 |125~22 2100 | 1,900
(12311, F20) 210 02 |125~15| 1,800 | 1,200 210 02 |125~15| 15800 | 1,500
Ddh i o 90 02 |125~25| 2,550 | 1,250 90 02 |125~22| 2550 | 1,500
3B ASHRC | yoot02 | 140 02 |125~25 1,900 750 140 02 |125~22| 1900 950
el 210 02 |125~15| 1,650 650 210 02 |125~15| 1,650 850
T 90 02 |125~25| 1,270 510 90 0.2 | 125~22| 1270 640
BBE42-52HRC | 06107 | 140 02 |125~25| 1,020 410 140 02 | 125~22 1,020 510

Hardened die steel
(1.2344, 1.2379)

42-52HRC 210 - - - - 210 - - - _
sl St 90 02 |125~25| 890 250 90 02 |125~22| 890 310
*}i‘@gﬂi@‘g;}g?' Jce102 | 140 02 |125~25| 640 130 140 02 |125~22| 640 160
'55-62HRC 210 - - - - 210 - - - -
& = ~90 02 |125~25| 2550 | 2,040 | ~90 0.2 |125~22| 2550 | 2,550
BBt ™ [ ost02 | 140 02 |125~25| 1910 | 1,150 140 02 |125~22 1910 | 1440
o6, 66G) 210 02 | 125~15| 1,660 660 210 02 | 125~15| 1,660 820
Az LA ~90 02 |125~25| 2290 | 1370 | ~90 02 |125~22| 2290 | 1,710
SUS304

BE250HBLLT | Jostoz | 140 02 |125~25| 1,660 800 140 02 |125~22| 1,660 | 1,000

alnless siee
Below 250HB 210 02 [125~15| 1,270 510 210 02 |125~15| 1270 640
~90 02 |125~25| 640 380 | ~90 02 |125~22| 640 480

FHUES
(Ti-6A-aV) | Jcet02 | 140 02 |125~25| 380 150 140 02 |125~22| 380 190

Titanium alloy
210 02 |125~15| 380 150 210 02 |125~15| 380 190

0 : IRIVEHLES, ap: BABOYIAAHES, de: EEABOYLAAFES, n: TEREERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEEEIR
1) EECOVIRISRAE ERBIES KOD—IBIEICINC THELEE L,

2) UUWHREUISEF ANAGRS Z LEEBIEX ) BEUTLREV. B VNFEVEEZ FFTERLEE W,

3) BRENTRDHSE FTVPAFREZZL LTV RICNB LV VIZFFTERLEE L,

4) I7—=JO— KWWK TREMBZTH>TREE W, FHIC IEMCTOFvETA NI TIIII S FTRURITERLSEE 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.



MOdUIar Heads FULL LINEUP

QMT Y IR EJ2S5—Av K EELIHIRE
TYPE Recommended cutting conditions for MQX and MSN YPHW:-15+
QMY I ZMAXH (EELEFRYPHW:-158Fv D) + BE—#(EJ 15— NvRAZ—ILEBE v 77 —I\) (For bottom fa‘(j;g?inishing)

TE® (mm) Tool dia.

wu s | TV 30/32/35 32/35
Work materials | P& T No. of teeth SN T No. of teeth EN
Grades z ap ER n Vi 2 ap e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o3| ~ ~ ~ ~
(S5’6TC, o) 100 0.2 16~32 2,650 3,300 100 0.2 16~30 2,650 3,950

B 250HBLLIT | CX75 - —
BT |uChion| 180 | 02 | 16~B2 | 2650 | 3300 | 150 | 02 | 16~30 | 2650 | 3950

5050, C5) 210 02 | 16~32 | 2000 | 2,000 210 | 02 | 16~30 | 2000 | 2,400

b ~100 | 02 | 16~32 | 2400 | 2700 | ~100 | 02 | 16~30 | 2400 | 3,200
& 255HBIUR | CX75 ~ ~

((—Diesteel "\ 150 | 02 | 16~32 | 2400 | 2,700 150 | 02 | 16~30 | 2400 | 3,200
1.2344, 12979 210 02 | 16~32 | 1800 | 1,800 210 | 02 | 16~30 | 15800 | 2,150
G o 100 | 02 | 16~32 | 2200 | 2,200 100 | 02 | 16~30 | 2200 | 2600
BE30-36HRC | jog102 | 150 | 0.2 | 16~32 | 2,200 | 2,200 150 | 02 | 16~30 | 2,200 | 2,600
(12311, P20) 210 | 02 | 16~32 | 1650 | 1500 210 | 02 | 16~30 | 1650 | 1,800
s ol 100 | 02 | 16~32 | 2000 | 1,200 100 | 02 | 16~30 | 2000 | 1450
BEI8-43HIRC | yogt02 | 150 | 02 | 16~32 | 2,000 | 1,200 150 | 02 | 16~30 | 2,000 | 1,450
(1.2311, P21)

SASHRG 210 02 | 16~32 | 1500 750 210 0.2 16~30 | 1,500 900
SO ) 100 02 | 16~32 | 1,000 500 100 0.2 16~30 | 1,000 600
B2 42-52HRC | 06109 150 0.2 16~32 | 1,000 500 150 0.2 16~30 | 1,000 600

Hardened die steel
(1.2344, 1.2379)

-5oHRG 210 02 | 16~20 800 400 210 0.2 16~20 800 480
1A ~ ~ ~ ~

(ol SLbher 100 02 | 16~32 700 250 100 0.2 16~30 700 300

B&55-62HRC | 06100 150 0.2 16~32 700 250 150 02 16~30 700 300

Hardened die steel

e e 210 02 | 16~20 | 500 130 210 | 02 | 16~20 | 500 160

) ~100 02 | 16~32 | 1,990 1,990 | ~100 02 | 16~30 | 1990 | 2,390
B 300HBLELT | 05100 150 02 | 16~32 | 1,990 1,990 150 0.2 16~30 | 1,990 | 2390

Grey 2(§ Nodular cait iron

peas, GG 210 02 | 16~32 | 1490 | 1120 210 | 02 | 16~30 | 1490 | 1,340
25V AE ~100 | 02 | 16~32 | 1790 | 1340 | ~100 | 02 | 16~30 | 1790 | 1,610
(SUS304)

BEE250HBLLT | JC6102 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610

Stainless steel

Below 250HB 210 0.2 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
FYVEE
(Ti-BAI-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

0 IPRIVRHELRE, ap: SAMDOYIAARS, e: £BARMOYLAHFRSE, N : TERERE, Vi XERE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEEEIR
1) EECOVIRISRA S ERBIES KOD—IBIEICINC THEL T,

2) UUWHREUISEF IAGRS Z LEEBIEXSBEUTLREEV. B VNFEVEEZ FFTERLEE W,

3) BRENTEDHSE FTVPAF RS ZEZLTLEEV RICNB LV VIZTIFTERLIEE L,

4) I7 =7 O— KWWK TRREMBZTH>OTREE W, T IFEMCTOFvET A NI TIFII<S FTRUBITERLSEE 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.



/ADIJEI
MQX | avmzyo2 Eva5—~vk msumme

TYPE Recommended cutting conditions for MQX and MSN YPHWS15-4
QM?“JQZMQX’E (Eﬁitilijpr*-.l 5”29-'“/70) + J_IEEI—@(:E°/J5—’\‘yl<ﬁﬁ7.l'—)l/ﬁﬁﬁ,@91"777—l (‘) (For hottom fagg%mshmg)
TE& (mm) Tool dia.

wul it | TYT 40/42 40
Work materials | M& T No. of teeth BN X No. of teeth 7N
Grades (mgn) (rﬁr%) (ﬁg) (mIi?l") (mm\{rfnm) (mgm) (rﬁrﬂ) (rﬁrﬁ) (mli71-‘) (mm\ﬁnin)
S ~100 | 02 | 20~40 | 2,100 | 3,150 | ~100 | 02 | 20~38 | 2,100 | 3,650
e OBl T | (G0 150 02 | 20~40 | 2100 | 3,150 150 | 02 | 20~38 | 2100 | 3,650
5050, Co%) 210 | 02 | 20~40 | 1570 | 1,900 210 | 02 | 20~38 | 1570 | 2200
oo ~100 | 02 | 20~40 | 1890 | 2850 | ~100 | 02 | 20~38 | 1,890 | 3,300
BSBOSHBMT| SXioy| 150 | 02 | 20~40 | 1,890 | 2850 150 | 02 | 20~38 | 1,890 | 3300
e 210 | 02 | 20~40 | 1410 | 1,700 210 | 02 | 20~38 | 1410 | 2,000
e Eym ~100 | 02 | 20~40 | 1750 | 2,100 | ~100 | 02 | 20~38 | 1750 | 2450
BE30-36HRC | yog102 | 150 02 | 20~40 | 1750 | 2,100 150 | 02 | 20~38 | 1,750 | 2450
ey 210 | 02 | 20~40 | 1300 | 1,400 210 | 02 | 20~38 | 1300 | 1650
I E TR} ~100 | 02 | 20~40 | 1600 | 1150 | ~100 | 02 | 20~38 | 1600 | 1,350
B8 4SHRC | 102 | 150 02 | 20~40 | 1,600 | 1,150 150 | 02 | 20~38 | 1600 | 1,350
g 210 | 02 | 20~40 | 1,200 720 210 | 02 | 20~38 | 1,200 840
s ~100 | 02 | 20~40 | 800 480 | ~100 | 02 | 20~38 | 800 560
BEa2-52HAC | jcp100 | 150 02 | 20~40 | 800 480 150 | 02 | 20~38 | 800 560

Hardened die steel
(1.2344, 1.2379)

o aoliaa 210 02 | 20~40 | 640 380 210 | 02 | 20~38 | 640 440
BN ~ -~ ~ ~
sl horo 100 02 | 20~40 | 560 240 100 | 02 | 20~38 | 560 280
I-zarcc_ieneddiestm)al Jc6102 | 150 02 | 20~40 | 560 240 150 | 02 | 20~38 | 560 280
1.2341, 1.2879 210 0.2 | 20~40 | 400 120 210 | 02 | 20~38 | 400 140
& ~100 02 | 20~40 | 1590 | 1910 | ~100 | 02 | 20~38 | 1590 | 2,230
BB |Josto2 | 150 | 02 | 20~40 | 1,590 | 1,910 150 | 02 | 20~38 1590 | 2,230
o6, 66G) 210 | 02 | 20~40 | 1190 | 1,070 210 | 02 | 20~38 | 1190 | 1,250
Rz ~100 02 | 20~40 | 1430 | 1200 | ~100 | 02 | 20~38 | 1430 | 1500
SUS304
BE50HBLIT | Jo60z | 150 02 | 20~40 | 1430 | 1,200 150 | 02 | 20~38 | 1430 | 1,500
alnless stee
Below 250HB 210 02 | 20~40 | 1,030 740 210 | 02 | 20~38 | 1,030 870
~100 02 | 20~40 | 400 360 | ~100 | 02 | 20~38 | 400 420
FovaR
(Ti6A-4v) | Jce102 | 150 02 | 20~40 | 400 360 150 | 02 | 20~38 | 400 420
Titanium alloy
210 02 | 20~40 | 240 140 210 | 02 | 20~38 | 240 170

0 : IRIVEHLES, ap: BABOYIAAHES, de: EEABOYLAAFES, n: TEREERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOEEEIR
1) EECOVIRISRAE ERBIES KOD—IBIEICINC THELEE L,

2) UUWHREUISEF ANAGRS Z LEEBIEX ) BEUTLREV. B VNFEVEEZ FFTERLEE W,

3) BRENTRDHSE FTVPAFREZZL LTV RICNB LV VIZFFTERLEE L,

4) I7—=JO— KWWK TREMBZTH>TREE W, FHIC IEMCTOFvETA NI TIIII S FTRURITERLSEE 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.



MOdUIar Heads FULL LINEUP

QAMTYI R EV15—AvR (EiEDEIEIRM
TYPE Low feed conditions for MQX and MSN

QI AMQXF (Bt EFRYPHW:-F/-247F7) + RE—B(ES25—~uRBA—IVBES v —I%)  (Fornottom tats Inahing)

T E%#% (mm) Tool dia.

w7227 16/17 20 20/ 21
Work materials e F#E No. of teeth 2N H# No. of teeth 3N HE No. of teeth 4N
Grades —p @& | a n Vi | 2 | a | a n Vi | ¢ | a | ae n Vi
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min*) {(mm/min)] (mm) (mm) (mm) | (min*) |(mm/min)
FR R ~70 | 0.2 |8~164,000|1,200| ~70 | 0.2 |10~20|3,180 1,430| ~70 | 0.2 |10~18| 3,180 | 1,910
(_ESOC,SSSC)
WT00HBAT | jogot15 | 120 | 0.2 |8~16 3,000 720| 120 02 10~20/2:390| 860 120 0.2 |10~18/2,390 1,150
(€50, C55)
Below 250HB 160 | 0.2 |8~10/2,600 520| 190 | 0.2 |10~12/2,070| 620| 190 | 0.2 |10~12|2,070| 830
KOS o) 70| 0.2 | 8~16|3,600|1,080| ~70 | 0.2 |10~20/2,860|1,290 | ~70 | 0.2 |10~18|2,860 | 1,720
@200HBET | yogo1s | 120 | 0.2 | 8~16 2600 620| 120 0.2 |10~20/2070| 750| 120 | 0.2 |10~18|2,070 | 1,000
(1.2344,1.2379)
Below 255HB 160 | 0.2 |8~10 /2,000 400| 190 | 0.2 |10~12/1,590| 480| 190 | 0.2 |10~12|1,590 | 640

TUN—R il ~ ~ ~ ~ ~ ~
(HPM7, PX5. P20) 70| 02 |8~16|3200| 770 ~70| 0.2 |10~20|2,550 | 920| ~70 | 0.2 |10~18|2,550 | 1,220

BSI0S6HAC | yogot5 | 120 | 02 | 8~16|2400| 480| 120 | 0.2 |10~20/1910| 570| 120 | 0.2 |10~18/ 1910 760

1.2311, P20
(30-36HRC) 160 | 0.2 |8~10|1,800| 360| 190 | 0.2 |10~12/1,430| 430( 190 | 0.2 |10~12| 1,430 570

TYUIN\— R ~ ~ ~ - ~ ~
(NAKBO, HPMT P21) 70| 02 |8~16|2600| 620(~70| 0.2 |10~20|2,070| 750| ~70 | 0.2 |10~18| 2,070 | 1,000

B I8AHRC | yco1s | 120 | 0.2 |8~162,200| 440| 120 | 0.2 10~20/1,750| 530| 120 | 0.2 |10~18/1,750| 700

(1.2311, P21)
38-43HRC 160 | 0.2 |8~10|1,600| 320| 190 | 0.2 |[10~12|1,270| 380| 190 | 0.2 [10~12|1,270| 510
BEANSE ~70 | 02 |8~16|2,000 400|~70| 0.2 [10~20/1,600| 480| ~70 | 0.2 |[10~18| 1,600 640

(SKD61, DAC, DHA)
e 42-52HRC
Hardened die steel
(1.2344,1.2379)

Jcsots | 120 | 0.2 |8~16|1,600| 320 120 | 0.2 |10~20{1,280| 380| 120 | 0.2 |10~18)1,280| 510

42-52HRC %0 - | - | - | -1 - | - | -] - |10 -] - -|-
b ~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
ot [ Jcs0ts | 120 | 0.2 | 8~163,000 900| 120 | 0.2 10~20/2,390 | 1,080| 120 | 02 |10~18/2390 1,430
e 160 | 0.2 |8~10|2600| 520| 190 | 02 |10~12/2,070| 630| 190 | 0.2 |10~12|2,070| 830
R7LAS ~70| 02 |8~163,600|1,080| ~70 | 0.2 |10~20| 2,860 | 1,200 | ~70 | 0.2 |10~18| 2,860 | 1,720

f@er2b0HBLLT | JCB015 | 120 | 0.2 | 8~16 2,600 620 120 | 0.2 |10~20)2,070| 750| 120 | 0.2 |10~18|2,070| 1,000

Stainless steel

Below 250HB 160 | 0.2 |8~10|2,000| 400| 190 | 0.2 |10~12/1,590| 480 190 | 0.2 |10~12| 1,590 | 640

~70| 0.2 |8~16|1,000 300(~70| 0.2 |10~20| 800 | 360(~70 | 0.2 |10~18| 800 | 480
FYVEER
(Ti-6AI-4V) Jcsots5 | 120 | 0.2 |8~16| 600 120 120 | 0.2 |10~20, 480 | 150| 120 | 0.2 |10~18| 480| 200
Titanium alloy

160 | 0.2 |8~10| 600| 120| 190 | 0.2 |10~12] 480| 150( 190 | 0.2 |10~12| 480, 200

0 IPRINVRHURSE, ap: $1ARIOYLAHRSE, Qe: FBRARDYNAAKRE, n: TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA LOFREIE
1) EEEDUTHISEMGE . ERAIMES KD —IBIEICR U TREL TV,

2) VWD REUE S HAHFRE Z EEEHEIVBRLULTLEEWV. HVIEEVREZ TIFTERLIZE L,

3) BB RRDBEEF. FTVAHFES EZLUTLEEV RICNB KU VIZETIFTERLIES LY,

4) I7—70—CEIIVLK S RREAIBEZITOTLEEW, T IITFEMCTDF v E T AT TIFII K TUIRITEZLEE W,
5) EHETERDESFYPHW*-FRZF v I Z#HEUE T,

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.

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




/ADIJEI
MQX | Mz o2 EYa5—Avk ExbisRe

TYPE Low feed conditions for MQX and MSN YPHWA-F/28-
QM?WﬂZMQXﬂ‘? (Eﬁﬂﬂ:UFEYPHW*-F/-24H§9"‘V7°) + ﬁﬁﬁ_ﬁﬁ (E:JJS_’\WFmZ-_“/EﬁE:JT’yQT_l (‘) (For hg“nm face fv|ﬁ|ih|ng)
TEf& (mm) Tool dia.

3 Ml 4 ’;7};;’ 2526
Work materials HE No. of teeth 4N F# No. of teeth BN
Grades 2 20 20 n Vi 7 20 20 n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min*") (mm/min)
BRERSH ~90 02 |125~25| 2,550 1,530 ~90 02 |125~22| 2,550 1,910
EE(_%_500, SSSS_F
250HBL
‘E(arbon Ste?l Jc8015 | 140 02 | 125~25 1,910 920 140 02 |125~22| 1910 1,150
G50, G55
Below 250HB 210 02 |125~15| 1,660 660 210 02 |125~15| 1,660 830
(SKOGT o) 90 02 | 125~25| 2,290 1,370 90 02 | 125~22| 2,290 1,710
B20HBET | yogo1s | 140 | 02 | 125~25| 1,660 800 | 140 | 02 |125~22| 1,660 | 1,000
(1.2344, 1.2379)
Below 255HB 210 02 |125~15| 1,270 510 210 02 |125~15| 1,270 640
TUN—RE - N N N
[ P6. 720) 90 02 | 125~25| 2,040 930 90 02 |125~22| 2,040 1,220
=120-
BSI0S6HAC | jos015 | 140 02 |125~25| 1530 610 140 02 | 125~22| 1530 770
(1.2311, P20)
30-36HRC 210 02 | 125~15| 1,150 460 210 02 |125~15| 1,150 580
JUJ\— B2/ ~90 02 | 125~25| 1,660 800 ~90 02 | 125~22| 1,660 1,000

(NAK80, HPM1, P21)
g 38-43HRC

LaStinC L ucsots | 140 02 |125~25| 1,400 560 140 02 [125~22| 1,400 700
(1.2311, P21)
38-43HRC 210 02 |125~15| 1,020 410 210 02 |125~15| 1,020 510
R ~90 02 | 125~25| 1,270 510 | ~90 02 |125~22| 1,270 640

(SKD61, DAC, DHA)
@ 42-52HRC

e donad o steq) | 98015 | 140 02 |125~25 1,020 410 140 02 |125~22| 1,020 510
(1.2344, 1.2379)
42-52HRC 210 - - - - 210 - - - _
(ﬁ Fg’é) ~90 02 | 125~25| 2550 2,040 ~90 02 |125~22| 2550 2,550
FE300HBIL TR
Greyj(modmﬁrcaimn JC8o1s | 140 02 |125~25| 1910 | 1150 140 02 [125~22| 1910 | 1440
GG, GGG
Below 300HB 210 0.2 12.5~15| 1,660 660 210 0.2 12.5~15| 1,660 820
ATV ~90 0.2 12.5~25| 2,290 1,370 ~90 0.2 12.5~22 | 2,290 1,710
(SUS304)
B 250HBLLT | JC8015 140 0.2 12.5~25| 1,660 800 140 0.2 12.5~22 | 1,660 1,000
Stainless steel
Below 250HB 210 0.2 12.5~15| 1,270 510 210 0.2 12.5~15| 1,270 640
~90 0.2 12.5~25 640 380 ~90 0.2 12.5~22 640 480
FIVESR
(Ti-6AI-4V) JC8015 140 0.2 12.5~25 380 150 140 0.2 12.5~22 380 190
Titanium alloy
210 0.2 12.5~15 380 150 210 0.2 12.5~15 380 190

0 : IRIVEHLES, ap: $ABOYIAHES, de: EEABOYLAHFEE, N : TEOEERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERAEDOFEFEEIE
1) LEEDUIHISES . RIS KO — IR U TREELIEE L,

2) PTWHRELGEER HAHRE Z LEEHMEL ) BRLTLIREV. HBVFEVREZ T IFTERES L,

3) BWEINARDG S FTUHAFREI ZZLUTLL TV RICNS LU VIETIFTERLIEE L,

4) I7—=7O—CEEIILKTREDIBEZEITH>TLREEW, BT IIFEMCTOFvEFA ML TCIFIWK TUIBISERLEE L,
5) EHETERDBSIFYPHWx-FRZFv I Z#HELF T,

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.

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




MOdUIar Heads FULL LINEUP

QAMTYI R EV15—AvR (EiEDEIEIRM
TYPE Low feed conditions for MQX and MSN

QU7 AMQXF (Bt EFRYPHW:-F/-247F7) + RE—B(E25—~uRBA— VB vY 7 —I%)  (Fornottom taos Inahing)

T E%% (mm) Tool dia.

15 ) A ’;%g 30/32/35 32/35
Work materials H# No. of teeth BN H# No. of teeth BN
Grades 2 = 20 n Vi 2 2o 20 n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
RS ~100 0.2 16~32 | 1,990 1,490 ~100 0.2 16~30 | 1,990 1,790
EE(‘%WC’ S553_F
250HBL
‘6(arbon o Jc8oi5 | 150 02 | 16~32 | 1990 | 1,490 150 02 | 16~30 | 1990 | 1,790
G50, G55
Below 25048 210 02 | 16~32 | 1490 900 210 02 | 16~30 | 1490 | 1,070
S 100 02 | 16~32 | 1790 | 1,340 100 02 | 16~30 | 1,790 | 1610
B20HBET | yogo1s | 150 | 02 | 16~32 | 1,790 | 1340 150 | 02 | 16~30 = 1790 | 1,610
(1.2344,1.2379)
Below 255H8 210 02 | 16~32 | 1,290 770 210 02 | 16~30 | 1,290 920
ek 100 02 | 16~32 | 1,600 960 100 02 | 16~30 | 1,600 | 1,150
*30-
Be30-3HAC | jceots | 150 | 02 | 16~82 | 1,600 | 960 150 | 02 | 16~30 | 1600 | 1,150
1.2311, P20
( 3036HRC ) 210 02 | 16~32 | 1200 600 210 02 | 16~30 | 1,200 720
TUN\= R4 ~100 02 | 16~32 | 1,300 780 | ~100 02 | 16~30 | 1,300 940

(NAK80, HPM1, P21)
gt 38-43HRC

o st | 408015 150 0.2 16~32 | 1,300 780 150 0.2 16~30 | 1,300 940
(1.2311, P21)
38-43HRC 210 0.2 16~32 1,100 550 210 0.2 16~30 1,100 660
BEANSE ~100 0.2 16~32 | 1,000 500 ~100 0.2 16~30 | 1,000 600

(SKD61, DAC, DHA)
@& 42-52HRC

e ena e stoct | JC8015 | 150 02 | 16~32 | 1,000 500 150 02 | 16~30 | 1,000 600
(1.2344, 1.2379)
49-52HRC 210 0.2 16~20 800 400 210 0.2 16~20 800 480
(Ef FE%) ~100 0.2 16~32 | 1,990 1,990 | ~100 0.2 16~30 | 1,990 2,390
FE&300HBIL T
Gmyﬂ%Nodulmiﬂmn JCgo15 | 150 02 | 16~32 | 1,990 | 1,990 150 02 | 16~30 | 1,990 | 2390
GG, GGG
Below 300HB 210 0.2 16~32 1,490 1,120 210 0.2 16~30 1,490 1,340
27U ~100 0.2 16~32 1,790 1,340 ~100 0.2 16~30 1,790 1,610
(SUS304)
fE250HBLLT | JC8015 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610
Stainless steel
Below 250HB 210 0.2 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
FHIUEE
(Ti-6AI-4V) JC8015 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

0 IPRINVRHURSE, ap: $1ARIOYLAHRSE, Qe: FBRARDYNAAKRE, n: TERERE, Vi X)RE
2 : Overhung length, ap : Depth of cut, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA LOFREIE

1) EEEDUTHISEMGE . ERAIMES KD —IBIEICR U TREL TV,

2) VWD REUE S HAHFRE Z EEEHEIVBRLULTLEEWV. HVIEEVREZ TIFTERLIZE L,

3) BB RRDBEEF. FTVAHFES EZLUTLEEV RICNB KU VIZETIFTERLIES LY,

4) I7—70O—CEIIUK THREDEBEEITOTLIEEW, T IIFEMCTODFvE T I T TIEFTIV K SUIBITERLEE 0,
5) EHETERDESFYPHW*-FRZF v I Z#HEUE T,

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.

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



/ADIJEI
MQX | Mz o2 EYa5—Avk ExbisRe

TYPE Low feed conditions for MQX and MSN YPHWA-F/28-
QM?WﬂZMQXﬂ‘? (Eﬁﬂﬂ:UFEYPHW*-F/-24H§9"‘V7°) + ﬁﬁﬁ_ﬁﬁ (E:JJS_’\WFmZ-_“/EﬁE:JT’yQT_l (‘) (For hg“nm face fv|ﬁ|ih|ng)
TE& (mm) Tool dia.

5 Wl 4 ’;7};; 20742 T
Work materials H# No. of teeth BN F# No. of teeth 7N
Grades 2 = 20 n Vi 2 = 20 n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
BRERSH ~100 0.2 20~40 | 1,590 1,430 ~100 0.2 20~38 | 1,590 1,670
EE(_%_500, SSSS_F
250HBL
‘E(arbon o Jc8oi5 | 150 02 | 20~40 | 1590 | 1430 150 02 | 20~38 | 1590 | 1670
G50, G55
Below 250H8 210 02 | 20~40 | 1,190 860 210 02 | 20~38 | 1190 | 1,000
s 100 02 | 20~40 | 1430 | 1,290 100 02 | 20~38 | 1430 | 1500
B200HBET | yogo1s | 150 | 02 | 20~40 | 1,430 | 1,290 150 | 02 | 20~38 | 1430 | 1500
(1.2344, 1.2379)
Below 255H8 210 02 | 20~40 | 1,030 740 210 02 | 20~38 | 1,030 870
A 100 02 | 20~40 | 1,270 920 100 02 | 20~38 | 1270 | 1,070
=120-
Be30-3HAC | jcsots | 150 | 02 | 20~40 | 1270 | 920 150 | 02 | 20~38 | 1270 | 1,070
1.2311, P20
( 30-36HRC ) 210 02 | 20~40 950 570 210 02 | 20~38 950 670
TU\— R ~100 02 | 20~40 | 1,030 740 | ~100 02 | 20~38 | 1,030 870

(NAK80, HPM1, P21)
g 38-43HRC

e | JC8015 150 0.2 20~40 | 1,030 740 150 0.2 20~38 | 1,030 870
(1.2311, P21)
38-43HRC 210 0.2 20~40 870 520 210 0.2 20~38 870 610
BEATER ~100 0.2 20~40 800 480 | ~100 0.2 20~38 800 560

(SKD61, DAC, DHA)
@ 42-52HRC

Hardened die steal | YC8015 150 0.2 20~40 800 480 150 0.2 20~38 800 560
(1.2344, 1.2379)
49-52HRC 210 0.2 20~40 640 380 210 0.2 20~38 640 440
(ﬁ F(‘?ﬁ) ~100 0.2 20~40 1,590 1,910 ~100 0.2 20~38 1,590 2,230
FES300HBIL TR
Greyj(;Nodularcaimn JC8015 150 0.2 20~40 1,590 1,910 150 0.2 20~38 1,590 2,230
GG, GGG
Below 300HB 210 0.2 20~40 1,190 1,070 210 0.2 20~38 1,190 1,250
ATV ~100 0.2 20~40 1,430 1,290 ~100 0.2 20~38 1,430 1,500
(SUS304)
@ 250HBILT | JC8015 150 0.2 20~40 1,430 1,290 150 0.2 20~38 1,430 1,500
Stainless steel
Below 250HB 210 0.2 20~40 1,030 740 210 0.2 20~38 1,030 870
~100 0.2 20~40 400 360 ~100 0.2 20~38 400 420
FHIEE
(Ti-6AI-4V) JC8015 150 0.2 20~40 400 360 150 0.2 20~38 400 420
Titanium alloy
210 0.2 20~40 240 140 210 0.2 20~38 240 170

0 : IRIVEHLES, ap: ABOYIAAHES, de: EEABOYLAHFEE, N : TEOEERE, Vi: R)EE
2 : Overhung length, ap : Depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERAEDOFEFEEIE
1) LEEDUIHISES . RIS KO — IR U TREELIEE L,

2) PTWHRELGEER HAHRE Z LEEHMEL ) BRLTLIREV. HBVFEVREZ T IFTERES L,

3) BWEINARDG S FTUHAFREI ZZLUTLL TV RICNS LU VIETIFTERLIEE L,

4) I7—=7O—CEEIILKTREDIBEZEITH>TLREEW, BT IIFEMCTOFvEFA ML TCIFIWK TUIBISERLEE L,
5) EHETERDBSIFYPHWx-FRZFv I Z#HELF T,

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.

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




MOdUIar Heads FULL LINEUP

QMY Y IR ETVa5—AY R {EEHISRE
TYPE Recommended cutting conditions for MQX and MSN
_ o = P . S .~ YPHW100320ZER-24-type
QAM7yI ZAMAX(EEHEIIRAYPHW 100320ZER-24:F v 7) + BE—B(TY 15— \YREF—IVBEI+> 77 —I\) (For contouring milling)

TE®Z (mm) Tool dia.

wHa | TV 16/17
Work materials 2L F# No. of teeth 2N
Grades 2 o ae n Vi
(mm) (mm) (mm) (min-) (mm/min)
TUN—R4 ~70 0.4 <7 4,400 2,200
(%@%'SHZ%S? JC8015
LMold steel (JC6102) 120 0.3 <7 4,400 2,200
12511, P21) 160 | 02 <7 | 4400 | 2,200
BEANSE ~70 0.25 <7 3,200 1,600
(SKD61, DAC, DHA)
fE&42-52HRC | JOBOTS | 45 0.2 <7 3200 | 1,600

Hardened die steel | (JC6102)
(1.2344, 1.2379)

42-52HRC 160 - - - -
BEANSA ~70 0.2 <6 2,000 800
s
I-Ea:(-iened die ste<)=,| JC6102 120 0.15 <6 2,000 800
12344, 1.2379
55-62HRC 160 - - - -
TE& (mm) Tool dia.
wmua |77 20 20/21
Work materials ZEE X% No. of teeth 3N F# No. of teeth 4N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TJUN—=RVE ~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
(%Q%SHZ%RP@) JC8015
Toiosea  |Gcsion)| 120 0.3 <9 3,500 2,600 120 0.3 <9 3,500 3,500
12511, P21) 190 | 02 <9 | 3500 | 2600 | 190 | 02 <9 | 3500 3500
JRANE ~70 0.25 <9 2,550 1,900 ~70 0.25 <9 2,550 2,550
(%RGJEDQSHDSCA) JC8015
%aaened s oo 120 | 02 <9 | 2550 | 1900 | 120 | 02 <9 | 2550 | 2550
1.2344,1.2379
42-52HRC 190 - - - - 190 - - - -
BEAN ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
s
I-Eaﬁaened die ste;:l JC6102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
1.2344,1.2379
55-62HRC 190 - - - - 190 - - - -

0 IPRINRHULRE, ap: $ARIOYLAARSE, Qe: FBRARDYNAHKRE, n: TERERE, Vi &)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDESEIR
1) EECOVIHISRAE MBS KO0 —IBIEICINC THELEE L,

2) UUWHREUISEF IAGFRS Z LEEBIEX ) BEUTLREV. B VNFEVEREZ FFTERLEE WV,

3) ERENTEDHSE FTVPAHFRSZXZLTLEEVORICNB LV VIZTIFTERLIEE L,

4) I7—=7O— KWK TREMBZTOTREE W, FIC IFEMCTOFvET A NI TIIII < FTRUBITERLSEE 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.



/ADIJEI
MQX | avzyo2 Eva5—~v K msumme

TYPE Recommended cutting conditions for MQX and MSN S

=3 o = 4 [ » s o -24-1ype
QMTyIZMOXH(ESEMTHYPHW 100320ZER-241:Fv D) + TBE—/M(TY15—A\vREA—)LBEY v 97 —I\) (For contouring mi||ingv)p
TE& (mm) Tool dia.

wus | TV 25/26
Work materials ZE F# No. of teeth 4N X# No. of teeth BN
Grades 2 ) ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
FUN— RV ~90 0.4 <10 | 25800 | 2,800 | ~90 0.4 <10 | 25800 | 3500
(NAK80, HPM1, P21)
BB ASHRC | | 140 | 03 <10 | 2800 | 280 | 140 | 03 <10 | 2800 | 3500
12511, P21) 210 | 02 <10 | 2800 | 2800 | 210 | 02 <10 | 2800 | 3500
AN ~90 0.25 <10 | 2,040 | 2040 | ~90 0.25 <10 | 2,040 | 2,550
(SKD61, DAC, DHA)
E&42-52HRC | JOBOTS | 444 0.2 <10 | 2,040 | 2,040 140 0.2 <10 | 2,040 | 2,550

Hardened die steel | (JC6102)
(1.2344, 1.2379)

42-52HRC 210 - - - = 210 = - - -
BN ~90 | 02 <8 | 1270 | 102 | ~00 | 02 <8 | 1270 | 1360
(SKD11, SLD, DC11)
BE55-62HAC | 66102 | 140 | 0.15 <8 | 1270 | 1,020 140 | 015 <8 | 1270 | 12360

Hardened die steel

(1.2344, 1.2379)
55-62HRC 210 - - - - 210 - - - -

TE& (mm) Tool dia.

wul A | Ty 30/32/35 32/35
Work materials | 172 T No. of teeth BN HEL No. of teeth BN
Grades 2 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
FUN\— RV ~100 | 04 <13 | 2200 | 2750 | ~100 | 04 <13 | 2200 | 3300
(NAK80, HPM1, P21)
B8 AT | | 150 | 03 <13 | 2200 | 2750 150 | 0.3 <13 | 2200 | 3300
12511, P21) 210 | 02 <13 | 2200 | 2750 210 | 02 <13 | 2200 | 3300
BEANE ~100 | 025 <13 | 1600 | 2000 | ~100 | 025 <13 | 1600 | 2,400
(SKD61, DAC, DHA)
42 B2HAC | o[ 150 | 02 <13 | 1600 | 2000 | 150 | 02 <13 | 1600 | 2400
e R 210 | 015 | <13 | 1600 | 2,000 210 | 015 | <13 | 1600 | 2400
BEANEE ~100 0.2 <10 1,000 1,000 | ~100 0.2 <10 1,000 1,200
(SK[_LH, SLD, DC11)
IRCOSB2HAC | osto2 | 150 | 045 | <10 | 1,000 | 1,00 150 | 015 | <10 | 1,000 | 1200
(12344, 1.2579) 210 | 01 <10 | 1,000 | 1,000 210 | 01 <10 | 1,000 | 1,200

0 IRIVRHELRE, ap: SABDOYIAARS, e: £BEAROYLAHRE, N : TEQERE, Vi XRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDESEIR
1) EECOVIHISRAEERBIES KO0 —IBIEICIN O THELEE L,

2) UUWHREUISEF ANAGFRS Z LEEBIEXBEUTLREV. B WVNIFEVREZ T FTERLEE L,

3) EMENOREDGEF. FTVIAHFRSEZLTLEE VL RICNB KV VIZ FFTERLEE L,

4) I7—=7O— KWWK TREMBZTOTREE W FHIC IEMCTOFvETA NI TR FTRUBITERLEE 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.



MOdUIar Heads FULL LINEUP

QMY Y IR ETVa5—AY R {EEHISRE
TYPE Recommended cutting conditions for MQX and MSN
_ o = P . S .~ YPHW100320ZER-24-type
QAM7yI ZAMAX (ZE#HEIIAYPHW 100320ZER-24:F v J) + BE—E(TEY15—AYREF—IVBEI v+ 77 —I\) (For contouring milling)

TE® (mm) Tool dia.

wu s | TV 40/42 40
Work materials ZE F# No. of teeth BN F# 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)
TUN—Ri ~100 0.4 <17 1,750 2,620 | ~100 0.4 <17 1,750 3,060
(NAK80, HPM1, P21)
BB ASHRC | | 150 | 03 <17 | 175 | 2620 | 150 | 03 <17 | 1750 | 3,060
12511, P21) 210 | 02 <17 | 1750 | 2620 | 210 | 02 <17 | 1,750 | 3,060
BN ~100 0.25 <17 1,270 1,900 | ~100 0.25 <17 1,270 2,220
(SKD61, DAC, DHA)
A2 BeHRC | | 150 | 02 <17 | 1270 | 190 | 150 | 02 <17 | 1270 | 2,220
s st 210 | 015 | <17 | 1270 | 1900 | 210 | 045 | <17 | 1270 | 2220
BEANER ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
B
e dieste? JC6102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
120, 1.2379 210 | 0.1 <13 800 | 960 210 | 0.1 <13 800 | 1120

0 IPRINVRHULRE, ap: $AROYLAARSE, Qe: FBRARDYNAKRE, n: TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFEEIR
1) LEEDUIRISRASE BERANES KT D —TBIMEICRU THERBLZEN,

2) CUWDRELUSEEIF ANAFREZ MBS BELLTLREEV. HBVNFE)EEZ T IFTEALEEL,

3) EREINARRDHEEE FTVPAHF RS ZZLL LTV RICNB LU VIZETIFTERLIEE L,

4) I7—=70O— LKW TREFBZITOTLREE VY, FHI IIEMCTOFrET A NIT TRV FRBSERLSIZE 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 @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.



MPM | aMm=1u it

A/ oroET
Recommended cutting conditions for MPM and MSN

QM= JVMPM (EEDAEOMT/WH;F v J) + BE—E(EY 15—y RRZ—IViBEY +>277—I\) EOMT/W-type
TE& (mm) Tool dia.

TYPE

wul it | FY7 10/11 12/13 16/17
Work materials | M H#L No. of teeth 2N H#L No. of teeth SN HEL No. of teeth 4N
Grades [~ 2 a | ae n Vi | 2 a | ae n Vi | 2 a | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)

PSR ~ ~ ~
(SS%C,SSSC) 1C7560 50 | 0.3 6 | 3820|4580 60 | 0.3 8 | 3180|5720 70 | 04 12 12,390 | 8,600

BEC2SO0HBIT |4ca050)| 75 | 025 | ~6 |3440|3720| 80 | 0.25 | ~8 | 2,860 | 4630 120 | 0.3 | ~12 | 2150 | 6,970
JC5118
000,000 UOSTIB) o T o s 13060 | 2,040 | 10 | 02 | ~7 | 2540 3660 | 160 | 025 | ~12 | 1910 | 5,500

(SKDIB%E:S%DH) 50 | 03 ~6 | 3,500 4200 60 | 0.3 ~8 2920|5260 70 | 04 | ~12 | 2190 | 7,880
255HBLLT | 207560
B (Jc8os0)| 75 | 0.2 ~6 | 3150 | 3,400 80 | 0.2 ~8 2630|4260 120 | 0.3 | ~12 | 1,970 | 6,380

Die steel

—

JC5118
(12344, 12570) | WCSTI)| =0 1 1 e 10800 | 2,690 | 110 | 015 | ~7 | 2.340 | 3370 160 | 025 | ~12 | 1750 | 4.900
TU/\— R4 50 | 03 | ~6 |3500|4200| 60 | 03 | ~8 | 2920 5260| 70 | 0.4 | ~12 | 2190 | 7880

(HP_IXI7, PX5,P20) | jo7560
BSO-36HRC | (1cg050)| 75 | 0.25 | ~6 | 3150 | 3400 80 | 025 | ~8 | 2630 4260 120 03 | ~12 1970 | 6,380
JC5118
(2311, p20) 1 WOST8) I o 5 (2800 | 2690 110 | 02 | ~7 | 2.340| 3370 | 160 | 025 | ~12 | 1750 | 4900
TUN—R 8 = = ~
B 50 | 03 6 | 2860 3150| 60 | 0.3 8 | 2390|3940 70 | 03 | ~12 ] 1790/ 5010
oS ASHRC | o8| 75 | 025 | ~6 |2570|2540| 80 | 025 | ~8 | 2150| 3190 120 | 0.25 | ~12 | 1610 | 4,060
2o 100 | 02 | ~5 |2200]2010| 110 | 02 | ~7 | 1910| 2520| 160 | 0.2 | ~12 | 1430 | 3,200
WA ~ - -
wEAE 50 | 025 | ~6 2230|2230 60 | 025  ~8 | 1,860 2790| 70 | 0.3 | ~12 | 1390 | 3340

f@c42-62HRC | JC5118 -~ - —
dorod aiostedl |(1Co0sey| 75 | 045 | ~6 | 2010| 1810| 80 | 045 | ~8 | 1670 2250 | 120 | 02 | ~12 | 1250 | 2700

(1.2432%1:2?4%%79) 100 _ - - - 110 - - - - | 160 - - - -

50 | 0.1 ~6 | 950 470 60 | 01 ~8 | 800| 600 70 | 015 | ~12 | 600 | 600

e

e

i
(SKD11, SLD, DC11)

fEch5-62HRC | JC5118 _ _ _ _ _ _ _ _ ~
I-Earcd‘ened die ste?l EOMW# 5 80 iy | 2 o s
IR I N A O 0 e A N B

(ﬁ F(%) 50 | 03 | ~6 | 4780|5740 60 | 0.3 ~8 [3980| 7160 70 | 04 | ~12 | 2,980 10,730

EE300HBILT | JC5118 ~ ~ ~
st ostin | JCoase)| 75 | 025 | ~6 | 4300|4640 | 80 | 025 | ~8 | 3580 5800| 120 | 035 | ~12 | 2680 8680

a6, o6c) 100 | 02 | ~6 3820|3670 110 | 0.2 | ~8 | 3180 4580 | 160 | 0.3 | ~12 | 2380 | 6850
25U 50 | 03 | ~6 | 3820|4580 60 | 03 | ~8 | 3180|5720 70 | 0.4 | ~12 | 2,390 | 8,600

[E&250HBLTF 75 | 0.2 ~6 |3440|3,720| 80 | 0.2 ~8 | 2860|4630 120 | 0.3 ~12 | 2,150 | 6,880
Stainless steel (JC8050)
Below 250HB 100 | 015 | ~5 |3,060|2940| 110 | 015 | ~7 |2540|3,660| 160 | 0.25 | ~12 | 1,910 | 5,350

50 | 03 ~6 1910|1910 60 | 0.3 ~8 [1590|2380| 70 | 0.3 ~12 | 1,190 | 2,380
FYVEE JC7560
(Ti-BAI-4V) (Jes118)| 75 | 0.2 ~6 | 1,720 | 1,550 80 | 0.2 ~8 | 1430|1930 120 | 0.25 | ~12 | 1,070 | 1,930
Titanium alloy ~ |(JC8050)
100 | 015 | ~5 |1530|1,220| 110 | 015 | ~7 | 1270|1520 160 | 0.2 | ~12 | 950 | 1,520
50 | 0.3 ~6 950 | 760| 60 | 0.3 ~8 800| 960 70 | 0.3 | ~12 | 600| 960
MMEAS JC5118
(INCO718) (Jcsos0)| 75 | 0.2 ~6 850 | 760| 80 | 0.2 ~8 720 780 120 | 0.25 | ~12 | 540 | 780
Inconel (JC7560)
100 | 015 | ~5 760 | 610 110 | 015 | ~7 640 610( 160 | 0.2 | ~12 | 480 610

0 : IPRIVRELRE, ap: SAMDOYIAARS, e: £BARMOYLAHRE, N : TERERE, Vi X)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LOFESEIR
1) LEEDYIRIRAE AL S KD —TBIMEICR U THEBLEE 0,
2) UUWHREUISEF VIAGRS Z LEEBIEXSVBELUTLREEV. BB VFOEmEREZ T FTEALIEE L,
FeRRU T HEUDRIBEEZ RV TS,
3) BMBNTEDZEE. FTVNAHFRETE XL TLREEV RICNB KV VIZ FIFTERLEE L,
4) I7—=7O— KWWK TREMEBZT>OTREE W, FIC IEMCTOFvET AN TIIII 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 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. @



MOdUIar Heads FULL LINEUP

QM )L EE)HISR¢

Recommended cutting conditions for MPM and MSN
QM= IVMPMZ(EEDAEOMT/WHF v D) + HE—®(EY 15—~y RAZ—IVEEY v+ 5 7—)\) EOMT/W-type

T E#& (mm) Tool dia.
w727 20/21 25
Work materials | 178 H# No. of teeth SN H% No. of teeth BN
Grades 2 ap ac n Vi 2 ap ac n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
] ~ ~
§5'6Tc, B | orsoo |7 0.4 14 | 1910 | 8600 90 0.4 18 | 1530 | 8260
BCeSOHBEIT lucsos)| 120 | 0.3 ~14 | 1720 | 6970 | 140 03 ~18 | 1380 | 6710
JC5118
[Co0.o0) | (OSTIB) ™ o 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
TE® ~ =
(ST | 1750 70 0.4 14 | 1750 | 7,880 90 0.4 18 | 1400 | 7,560
BESHBEIT |(csos0)| 120 | 03 ~14 | 1,580 | 6400 | 140 03 ~18 | 1260 | 6,120
JC5118

(12344, 1.2570) | (CSTI)| ™ o 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4,840
TUN—R8 ~ ~

B | o 70 0.4 14 | 1750 | 7,880 90 0.4 18 | 1400 | 7,560
RS0SEHAC ycaos0)| 120 0.3 ~14 | 1,580 | 6400 | 140 0.3 ~18 | 1,260 | 6,120

JC5118
(12311, P20) | (JOSTI8) ™ o 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4,840

TUN—R = .

B 70 0.3 14 | 1430 | 5,000 90 0.3 18 | 1,150 | 4,830
(‘Mom S |dcsme 120 025 | ~14 | 1290 | 4060 | 140 025 | ~18 | 1,040 | 3930
[T 190 0.2 ~14 | 1140 | 3190 | 210 0.2 ~18 920 | 3,090

e ﬁﬂ ~ ~

ol | 70 0.3 14 | 1110 | 3330 90 0.3 18 890 | 3,200

*}?;3_5222’1‘“263?3?' o 120 0.2 ~14 | 1000 | 2700 | 140 0.2 ~18 800 | 2,590
"42-52HRC 190 - - - - 210 - - - -

AT - =

sl A% | e 70 0.15 14 480 600 90 0.15 18 380 570

*1?@323‘11"53?8?' o 120 0.1 ~14 430 480 | 140 0.1 ~18 340 460
55-62HRC 190 - - - - 210 - - - -

& &% 70 0.4 ~14 | 2390 | 10,750 90 0.4 ~18 | 1910 | 10310

FES300HBILT | JC5118 - —

Greyﬁ%Nodulmimn Joie | 120 0.35 14 | 2150 | 8710 | 140 0.35 18 | 1720 | 8360
peg, 868 190 0.3 ~14 | 1910 | 6880 | 210 03 ~18 | 1530 | 6610
AL 70 0.4 ~14 | 1910 | 8600 90 0.4 ~18 | 1530 | 8260

SUS304

RX250HBLIT e 120 0.3 ~14 | 1,720 | 6970 | 140 0.3 ~18 | 1380 | 6710
ainless stee
Below 250HB 190 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
coves | sl 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
(Tieaav) |(Ucsite)| 120 025 | ~14 860 | 1,940 | 140 025 | ~18 680 | 1,840
Titani Il JC8050
fanumaloy UGBS0 g™ g 5 ~14 760 | 1520 | 210 02 ~18 610 | 1,460
cmas | oss | 0.3 ~14 480 960 90 0.3 ~18 380 910

NEYa
(NCO7{8)  |(JC8050)| 120 025 | ~14 430 860 | 140 025 | ~18 340 730
| | JC7560

noonel | WGTSE0) 00T ~14 380 610 | 210 02 ~18 300 580

0 IRINVRHURE, ap: $1ARIOYLAHRSE, Qe: FBRARDYNAAKRE, n: TERERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFEREIR
1) LEEDYIRISRAE ERANES KD —TBIMEICRU THERBLEE N,
2) CUCWHRELISZEIF AHAFREZ MBS BELTLREEV. BV EOEEREZ T FTERLEE L,
FeRU T HEUDRVBEEZ RV TS,
3) BMBNTEDHEE. FTVNAHFRETEZLTLREEVRICNB KU VIZFIFTERLEE L,
4) I7—=7O— KWK TREMEBZTH>OTREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLSEE 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 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.



MPM | QM= miinsises

A/ oroET
Recommended cutting conditions for MPM and MSN

QM= ILMPM# (BiEDREOMT/WH:F v D) + BEE—# (EY 25—~y RAF V8BS v+ o 7—I\) EOMT/W-type

TYPE

S0 TE®Z (mm) Tool dia.
WHI M| e 30 32
Work materials Grad H#L No. of teeth 7N X% No. of teeth 8N
rades 2 ap ae n Vi 2 ap ae n T
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
bRiE ~ ~
§5’6Tc, o | erseo 100 0.4 22 | 1270 | 8000 | 100 0.4 24 | 1190 | 8570
WC200HBELT (Jcsos0)| 150 | 0.3 ~22 | 1,140 | 6460 | 150 03 ~24 | 1070 | 6930
JC5118
(co0.c05) - |WBSTIB) T [y 025 | ~22 | 1,02 | 5140 | 210 025 | ~24 950 | 5470
TE@ -~ —~
S5 011 | crse0 100 0.4 22 | 1170 | 7370 | 100 0.4 24 | 1090 | 7,850
E25OHBIAT | (jcsos0)| 150 | 03 ~22 | 1,050 | 5950 | 150 03 ~24 980 | 6,350
JC5118

(12344, 1.2870) \WOSTIB) |, 00 o 940 | 5330 | 210 025 | ~24 870 | 5010

FU\— R -~ ~

G P o | scrson 100 0.4 22 | 1170 | 7,370 | 100 0.4 24 | 1090 | 7,850

B 30-86HAC | (yosos0)| 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6350

JC5118
(12311, 200 | WCS118) 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010

JUN\— R R .

T . 100 0.3 22 950 | 4660 | 100 0.3 24 900 | 5,040
(LMoId S |(csre 150 0.25 ~22 860 | 3790 | 150 025 | ~24 810 | 4,080
12811, B 210 0.2 ~22 760 | 2,980 | 210 0.2 ~24 720 | 3220
AT -~ -

ol | 100 0.3 22 740 | 3110 | 100 0.3 24 700 | 3,360

et ot ol | ooz 150 0.2 ~22 670 | 2,530 | 150 0.2 ~24 600 | 2,590

(1.2344,1.2879) 210 | 015 | ~22 590 | 1980 | 210 015 | ~24 500 | 1,920
BT -~ -

o0 | 100 0.15 22 320 560 | 100 0.15 24 300 600
H(?@%ﬂid i Sl | CoM 150 0.1 ~22 290 460 | 150 0.1 ~24 270 490
55-62HRC 210 - - - - 210 - - - -

R 100 0.4 ~22 | 1590 | 10,000 | 100 0.4 ~24 | 1490 | 10,730
fEE300HBLLT | JC5118 — -

Grey?Nodu,maW Joae | 150 0.35 22 | 1430 | 8110 | 150 0.35 24 | 1,340 | 8680
peas, 86G) 210 03 ~22 | 1270 | 6400 | 210 03 ~24 | 1190 | 6850
7L 100 0.4 ~22 | 1270 | 8000 | 100 0.4 ~24 | 1190 | 8570

US304
@ 250HBLIT | JC7960 | 450 0.3 ~22 | 1,140 | 6460 | 150 0.3 ~24 | 1,070 6,930
Stainless steel (JC8050)
Below 250HB 210 0.25 ~22 | 102 | 57140 | 210 025 | ~24 950 | 5470
100 0.3 ~22 640 | 2240 | 100 0.3 ~24 600 | 2,400

FYVEE JC7560
(T-6A-av) | (Jcstig)| 150 0.25 ~22 58 | 1,830 | 150 025 | ~24 540 | 1,940

Titani I JC8050
faniumalloy - (JCBOSON) 15 g 5 ~22 50 | 1430 | 210 02 ~24 480 | 1540
100 0.3 ~22 320 900 | 100 0.3 ~24 300 960

MEASE JC5118
(INCO718)  |(JC8050)] 150 0.25 ~22 290 730 | 150 025 | ~24 270 780

Inconel (JC7560)
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

0 : IRIVEHLES, ap: $ABOYIAHES, de: EEABOYLAHFESE, N : TEOEERE, Vi: R)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFEEIR
1) LEEDUIHISRAHS . RIS KO T —IBIEICRUTRELIEE L,
2) CUUHRELISZEF AHAHF RS Z MBSV BELTLREEV. 5V EOEREZ T FTERLEE L,
FeRRU T HEU DRV BEEZ RV TEE L,
3) BMEBNTEDZEE. FTVPAHFREIE XL TLREEVRICNB KV VIZ T FTERLEE L,
4) I7—=70O— KWWK TREMEBZTH>OTRE W, FIC IEMCTOFvET A NI TIIII S FTRBITERLEE 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 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.



MOdUIar Heads FULL LINEUP

H.S.C. recommended cutting conditions for MPM and MSN
QM= ILMPM# (SIEEHAEOHWRF v D) + BHE—# (EVa15—Avy RAZ—IVEEY v+ 7—I\) EOHW-type
TE#Z (mm) Tool dia.

wu s | Ty 10/11 12/13 16 /17
Work materials | 472 F#L No. of teeth 2N XEL No. of teeth 3N F# No. of teeth 4N
Grades [~ 2 ap | ae n Vi | @ ap | ae n Vi | @ a | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) | (mm) | (min7) |(mm/min)
TUN—=RVill 50 | 025 | ~6 |6,370|5,100| 60 | 0.25 | ~7 |5,300|6,360| 70 | 0.3 | ~12 3,980 | 7,960

(NAK80, HPM1, P21)
i 38-43HRC | yoe102 | 75 | 02 | ~6 | 5730 /4,080| 80 | 0.2 | ~7 |4,770|5090| 120 | 0.25 | ~12 | 3,580 | 6,370

Mold steel
12511, P21) 100 | 015 | ~5 |5100|3.260| 110 | 0.15 | ~6 | 4240 | 4,070| 160 | 0.2 | ~12|3.180 | 5,090
BEANG 50 | 02 | ~6 |4770| 4200 60 | 02 | ~7 3980|5370 70 | 0.25 | ~12 | 2,980 5960

(SKD61, DAC, DHA)

B 42-52HRC - - -
e i | 46102 | 75 | 015 | ~6 | 4290 3430| 80 | 0.15 | ~7 |3,580 4300 120 |02 12 12,680 | 4,770

(1.2344,1.2379)

42-52HRC 100 | - = = - | 110 | - - = - | 160 | - = - -
AN 50 | 01 | ~6 2,550 | 1,530| 60 | 0.15 | ~7 2,120 |1,900| 70 | 0.15 | ~12 | 1,590 | 1,900
(SKD11, SLD, DC11)
EOOB2HAC \uosto2| 75 | - | - | - | - | 80| - | - | - | - [120]01 | ~12]1430 1520

I-éardened die stet)el
1.2344,1.2379
55-62HRC 100 | - - - - 110 | - - - - | 160 | - - - _

0 IRIVEHELEY, ap: SABOTHAAHFES, e: FEARDYLAKFES, N : TEREEE, Vi: EERE
£ : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WEA EDEREIR
1) EECOVIHISRAE ERBIES KOO — I BIMEICIR O THEEL T,

2) UUWHRELUBEF ANAHFS Z LEEMIEXBEUTLREV. 2 VFEVREZ T IFTERLEE L,

3) WREINARBDBE(E FTUAHFRIZEELL UL TLREEVURICNB KO VIZTIFTERLIZE L,

4) I7 =7 O—CEWPI<KTREMEZT>TRE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE 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.



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

QM= JLMPNV# (SEEHMBEOHWEF YD) + EE—& (EY 15—y REF—IViBIEY v 77—/ ) EOHW-type
TE® (mm) Tool dia.

QAME )L EZEL ISR

5 Wl A FvJ 20/21 25
Work materials | T8 FE No. of teeth BN F# 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=RVIR 70 0.3 ~14 3,180 7,960 90 0.3 ~18 2,550 7,650

(NAK80, HPMA1, P21)

ﬁﬁ?—;ﬂ%@i‘;’ﬁc Jc6102 | 120 0.25 ~14 2860 | 6,370 140 0.25 ~18 2290 | 6,120

12511, P21) 190 | 02 ~14 | 2540 | 500 | 210 | 02 ~18 | 2040 | 4900
BEANSE 70 0.25 ~14 | 2390 | 5,960 90 0.25 ~18 | 1,900 | 5,700
(SKD61, DAC, DHA)
B&42-52HRC | joa102 | 120 0.2 ~14 2150 | 4770 140 0.2 ~18 1,710 | 4,560

Hardened die steel
(1.2344, 1.2379)

42-52HRC 190 - - - - 210 - - - -
AN 70 015 | ~14 | 1270 | 1,900 90 015 | ~18 | 1020 | 1840
(SKD11, SLD, DC11)
BE55-62HRC | jop100 | 120 0.1 ~14 | 1,140 | 1520 | 140 0.1 ~18 920 | 1,470

Hardened die steel

(1.2344,1.2379)
55-62HRC 190 - - - - 210 - - - -

TER (mm) Tool dia.

wa | T 30 32
Work materials g 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— RV 100 0.3 ~22 2120 | 7420 100 03 ~24 1,990 | 7,960

(NAK8O, HPM1, P21)

@ﬁ?&‘ggﬁo Jo6102 | 150 0.25 ~22 1,910 | 5,940 150 0.25 ~24 1,790 | 6,370
12511, P21) 210 | 02 ~2 | 1700 | 4750 | 210 | 02 ~24 | 1500 | 5090
AN 100 0.25 ~22 1,590 | 5,560 100 0.25 ~24 1,490 | 5,960

p
<@ = ~ ~

R heerie | dosto2 | 150 0.2 22 1,430 | 4,450 150 0.2 24 1,340 | 4,770

(T 210 | 015 | ~22 | 1270 | 3560 | 210 | 015 | ~24 | 1,190 | 3810
BEATH 100 0.15 ~22 850 1,780 100 0.15 ~24 800 1,900

it
C - ~ ~

H(ar e dieste? Jc6102 | 150 0.1 22 760 1,430 150 0.1 24 720 1,520
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -

0 IRIVRELRE, ap: SABOYLAARSE, e: $BAROYLAHFRE, N : TEOERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER LDOFEEEIR
1) LEEDUIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUIBEF AR TS Z LEEEBIELVBHEUTREV 2 VFEVREZ T IFTERLEE L,

3) WHENABDHBE (& FTUHAHFRIZELUTLKREE WV RICNB KU VIZTIFTERLIZEE L,

4) I7 =7 O— LXK TREMBEZTH>OTRE W HIC IIEMCTOFvETA NI TRV 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.



MOdUIar Heads FULL LINEUP

QM) FEIHISRG

Recommended cutting conditions for MPM and MSN

QAMZ ILMPM(BEIDAZOMTREF v D) + BE—E(EY15—~\v RAF—ILBEY v 7—I\) Z0MT-type

TE&Z (mm) Tool dia.
wul it | FYI 10/11 12/13 16/17
Work materials | P1& XL No. of teeth 2N H#L No. of teeth 3N %1 No. of teeth 4N
Grades [ 2 ap |apxae] n Vi | 2 ap |apxae|] n Vi | @ ap |apxae] n Vi
(mm) | (mm) | (mm3) | (min!) |(mm/min)] (mm) | (mm) | (mm?) | (min?) [(mm/min)| (mm) | (mm) | (mm?3) | (min") |(mm/min)
(sﬁﬁ%e) 50 | ~4.0 ~6.05090 | 810 | 60 | ~4.0| ~8.0 4240 1,020| 70 | ~50 ~10.03180 1,020
B 2SOHBIIT | ooty 75 | ~12 ~1.8 4580 | 640 | 80 |~17 ~26 3,820 800| 120 | ~20 | ~3.0|2860 800
o0, 058) 100 | ~0.5 | ~0.8|4,070 | 490 | 110 | ~0.6 | ~1.2 13390 610| 160 | ~0.7 ~1.3|2540 610
s 50 | ~4.0| ~6.0 4780 | 570 | 60 | ~4.0| ~8.0|3980| 720| 70 | ~50|~10.0/2,990 720
B2 SSHBAT| ooy 75 | ~12|~1.8 /4300 | 430 | 80 |~17  ~26 3580 540| 120 | ~20 | ~3.0|2690 | 540
St iear) 100 | ~0.5 | ~0.8(3,820 | 310 | 110 | ~0.6|~1.2 /3180 380 | 160 | ~0.7 | ~1.3|2,390 | 380
TUN— RS 50 | ~3.0|~4.0|3,820 | 460 | 60 | ~3.0|~45|3180| 570| 70 | ~4.0| ~6.0|2390 570
(HPM7, PX5, NAKSO, P20)
BE30-43HRC )| JOIN | 75 | ~12] ~1.6/3440| 340 | 80 ~1.3| ~18 2860 430| 120 | ~17 | ~2.2|2,150 | 430
1,251, P20) 100 | ~05 | ~0.8 3,060 | 240 | 110 | ~0.6| ~1.0| 2,540 300| 160 | ~06| ~1.1/1,910 300
& 2 50 | ~4.0 ~6.0 4780 | 760 | 60 | ~4.0|~8.0 3980 960| 70 | ~50 ~10.0/2,990 | 960
B DT Jcs118 | 75 | ~1.2) ~1.8/4,300 | 600 | 80 | ~17|~26|3580| 750| 120 | ~2.0| ~3.0|2690| 750
GG, GGG
poo) e 100 | ~0.5| ~0.8 3,980 | 480 | 110 | ~0.6 | ~1.2|3,180| 570| 160 | ~0.7 | ~1.3|2,390 | 570
25U 50 | ~4.0 ~6.0 4780 | 570 | 60 | ~4.0| ~8.0 3980 720| 70 | ~50 ~10.0/2,990 720
(SUS304)
B 250HBLLT| JC8050 | 75 | ~1.2 | ~1.8 4,300 | 430 | 80 | ~1.7 | ~2.6 3580 540| 120 | ~2.0 ~3.0|2,690 540
Stainless steel
Below 250HB 100 | ~0.5 | ~0.8|3,820 | 310 | 110 | ~0.6 | ~1.2 3180 380 | 160 | ~0.7 ~1.3/2:390 380

0 IPFINVRHURE, ap: $AROYLAHRSE, Qe: FBRARDYNAAKRE, n: TERERE, Vi X)RE
2 : Overhung length, &p : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LOFEREIR

1) LEEDYIRISRAE ERAIES KD —TBIEICRU THEBLEE 0,

2) UUWHREUISEF ANAGRS Z LEEBIEXBEUTLREV. BB VNIFEVREZ M FTERLEE L,

3) BMEBNTEDGEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZ FIFTERLEE L,

4) I7—=7O— KWK TREMEBZTH>OTREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLSEE 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.



MPM | o= iz

A/ oroET
Recommended cutting conditions for MPM and MSN

QMZ IVMPM(BEIDAZOMTREF v D) + BE—E(EY 15—~y RAF—)VBEY v 7—I\) Z0MT-type
TE& (mm) Tool dia.

TYPE

w727 20/21 25
Work materials *Z*E 3\]%& No. of teeth BN ﬂ%ﬂ No. of teeth BN
Grades 2 ap apxae n Vi Y ap apxae n f
(mm) (mm) (mm?) (min-) (mm/min) (mm) (mm) (mm?) (min-) (mm/min)
SR 70 ~50 | ~160 | 2550 | 1,020 90 ~50 | ~200 | 2,040 980
(S50C, 355(3)
@%“aerggnﬁtﬁ (jggggg) 120 ~40 | ~80 | 2300 800 140 ~40 | ~100 | 1,840 770
o050, 088) 190 | ~30 | ~40 | 2040 610 | 210 | ~30 | ~80 | 1630 | 590
TEH 70 ~50 | ~160 | 2390 720 90 ~50 | ~200 | 1,910 690
(SKD61, SKD11)
EE255HBLIT| JC5T18 | 45 ~40 | ~80 | 2150 540 140 ~40 | ~100 | 1,720 520

Die steel (JC8050)
(1.2344, 1.2379)

Bolow 255HB 190 ~30 | ~40 | 1910 380 210 ~30 | ~80 | 1530 370
TUN\— R 70 ~40 | ~160 | 1910 570 90 ~40 | ~200 | 1,530 550
(gg@g)g,%@gzg) JC8050

CIASHRC | (Csti)| 120 ~30 | ~80 | 1720 430 140 ~30 | ~100 | 1,380 410

1,231, P20) 190 | ~20 | ~40 | 1530 300 | 210 | ~20 | ~80 | 1220 290

o s 70 | ~50 | ~180 | 2390 960 90 | ~50 | ~250 | 1910 | 920
@ 300HBLIF - - _ _
BT wostig | 120 4.0 10.0 | 2,150 750 140 4.0 120 | 1,720 720

Bé?c,%g §§§H’B 190 ~30 | ~50 | 1910 570 210 ~30 | ~90 | 1530 550
2524 70 ~50 | ~160 | 2390 720 90 ~50 | ~200 | 1910 690

(SUS304)
FE250HBLLT| JC8050 | 120 ~40 | ~80 | 2150 540 140 ~40 | ~100 | 1,720 520

Stainless steel

Below 250HB 190 ~30 | ~40 | 1910 380 210 ~30 | ~80 | 1530 370

TEf& (mm) Tool dia.

wa s | TV 30 32
Work materials iz XEL No. of teeth 7N F# No. of teeth 8N
Grades 2 ap apxae n Vi j ap apX ae n Vi
(mm) (mm) (mm?2) (min-!) (mm/min) (mm) (mm) (mm2) (min-!) (mm/min)
e 100 ~50 | ~220 | 1,700 950 100 ~50 | ~220 | 1590 | 1,02
EQSQ*OSCOE{ESE‘}? JC5118
B A M csose)| 150 ~40 | ~150 | 1,530 750 150 ~40 | ~150 | 1430 800
050, Co8) 210 | ~30 | ~80 | 1360 570 | 210 | ~30 | ~80 | 1270 610
TEH 100 ~50 | ~220 | 1,590 670 100 ~50 | ~220 | 1490 720
(SKD61, SKD11)
BSOHBIT| oao| 150 ~40 | ~150 | 1430 500 | 150 ~40 | ~150 | 1340 540
“g%ffﬁ’g%gﬂ?) 210 ~30 | ~80 | 1270 360 210 ~30 | ~80 | 1,90 380
TYN\— RSB 100 ~50 | ~220 | 1270 530 100 ~50 | ~220 | 1,90 570
%?5“415%52“3“&“%’ JC8050
I0ASHRC | (Csi)| 150 ~40 | ~150 | 1,140 400 150 ~40 | ~150 | 1,070 430
(1,231, P20) 210 | ~30 | ~80 | 1,020 280 | 210 | ~30 | ~80 950 300
(% F(% 100 ~50 | ~240 | 1590 890 100 ~50 | ~240 | 1,490 960
@ 300HBIU T - ~ _ _
D wosti | 150 4.0 16.0 | 1,430 700 150 4.0 16.0 | 1,340 750
Béﬁﬁg S&SH’B 210 ~30 | ~90 | 1270 530 210 ~30 | ~90 | 1,90 570
27U 100 ~50 | ~220 | 1590 670 100 ~50 | ~220 | 1,490 720
(SUS304)
@ 250HBLLT| JC8050 | 150 ~40 | ~150 | 1430 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

0 IPRIVRELRE, ap: BAFDOYIAARS, e: £BAROYLAHRE, N : TERERE, Vi X)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
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OS5 LR EDD

%//

0754 J—FR

—fﬂ?ﬁi% Definition of corner shape for programming

— BLIAHE

(mm)

FOo3>4L d—FR

Corner radius for programming

BLIAHE
Over Cut

HIWZUE

Remains

Over Cut

Corner radius for programming

HIUBELE

EO:*fiz AF%3E

Remains

TYPE

Max.&g
=04 P

W=1.7

SV EYINI Ramping

BFvIICBIFHT70771 VI IIRO;EEHEIE
Attention for profile milling with EQ*:-type inserts
AUAJVANI Helical interpolation

R1.0 (EZ standard)

0

0.17

R1.5

0.09

0.08

R2.0

0.30 0

F) 7075 L0—FRER2ICSRET 31BEF. I—FR2F VT
(EOMT060220ZER) ZfER I NISHELIRERIFFETT,
Note) In case of setting corner radius for programming to R2,
recommend to use corner radius R2 type insert (EOMT060220ZER).

@Y —)L/I\ADEHTTE

’%‘
O
Q
S
¥
mk
H

®Dh Calculation of tool pass dia.
¢dc = ¢Dnh—@Dc
V=)L /ANES TE#&
Tool pass dia. Bore dia. Tool dia.

@—AHDDYNAHREDERALLA
REAPEMATENKRSICLTLEE L,

Tool dia.

u
¢

OS5V T AUAINTHIFHED EE EREEVIHISRERDT0%LU T T

MMIUTLEEE LY,

O RFUU VOIS, BAEED EE ZREVHIRHERD50% U T T

MIUVTLEE L,

O RV IMTIRICIE SERULRUWID KFHRUBDESHHDE
TOT.R2ICHFTDERLTLEELY,

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

@YV— )L\ ADEEAAIET D vh
[CIEBRORBFETEIDICLTLEE LY,
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.

®|n case of drilling, apply 50% or less Z axis feed speed from
standard cutting condition table.

®Long consecutive chips may come out in case of drilling, con-
firm the safe condition sufficiently.

SVEVINT ANUAJLAGIF T
) TE% IEEEQEEI Hsi,%(_(’gﬂ%gj — REan;sL;;\Aa}:F*( ; Helical interpolation
(mm) (mm) a:ﬁggm;‘]ng Total cutting length at Max. dp Dhmin (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

) ERAEO° (0.5 U TERLIES W (LECEmMZEB A BWVKDICEE
Note) The ramping angle 0.5° or less is recommended (please refer to the above table).

<fEEW),



// DIJET

A94 Y TR=Ib EIaS5—AYF ELIHIEML
TYPE Recommended cutting conditions for MSW and MSN

EIAT—ANYFMSWHE + BHE—®(EV15— v REA—ILBEY v I 7—I\)

TE&Z (mm) Tool dia.

1 H) Ed 16
Work materials & H# No. of teeth 2N
Grades 2 ap EN n T
(mm) (mm) (mm) (min-) (mm/min)
<s§c$s§5ﬁ5 o 50 1.1 1 4,200 2,900
fE250HBLLT JC5118
(éarbon steel (JC8050) 100 07 0.7 4,200 2,900
B(e?(?\,ez%sof)H)B 150 0.3 0.3 3,600 2,520
(GM%OﬂﬁICDS) 50 1.1 1 4,000 2,800
eSS JC5118 100 07 07 4,000 2800
Bef;ﬁzg%)HB 150 0.3 0.3 3,400 2,380
( SKDIG{E\SﬁKIﬂDm 50 1.1 1 4,000 2,800
fE255HBLLT JC5118
“Die stel (JC8050) 100 0.7 0.7 4,000 2,800
(1'329?33'215%%9) 150 0.3 0.3 3,400 2,400
BEANSE 50 1 1 2,400 1,200
oy
Harﬁened die steel Al 100 0.6 06 2,000 1,000
(1'2430‘{2’0:454%79) 150 0.2 0.2 1,200 600
W%Déa&-ﬁ))\mm 50 05 05 1,800 700
fB=55-62HRC JC5118 100 0.3 0.3 1,600 650
Hard?ned die)steel : : '
1.2379
55-62HRC 150 - - - -
(‘Eﬁé F(:%t) 50 13 13 4,000 2,800
REX300HBLIT JC5118 100 1.2 1 4,000 2,800
Grey & Nodular cast iron ) ’ )
N o 150 07 05 3.400 2400
TUN—R 8 50 11 1 3,600 2,100
(HPMY,_E%(S,%E%JCP%) 105118
TN (JC8050) 100 0.7 0.7 3,600 2,100
(1.2311, P20) 150 03 03 3,000 1.800
25V 50 11 1 4,000 2,800
(SUS304) JC8050
E&250HBILT (JC5118) 100 0.7 0.7 4,000 2,800
Stainless steel
Below 250HB 150 0.3 0.3 3,400 2,400

0 IDRINBHUES, ap: hAHKFE, Qe: EvIT74—K, n: TEREGRE, Vi:X)ERE
2 : Overhung length, ap : Depth of cut, &e : Pick feed, N : Spindle speed, Vf: Feed speed

W{ERA LDFEFREIR
1) LECDVIRIRAE AL S KD —TBIMEICRU THEBLEE 0,
2) UUWHREUISEF ANAGFRS Z LEEBIEXNBEUTLREV. BB WVIFEVEREZ M FTERLEE L,
3) EULAMRWEEE RAUHAH EapXae=3F CEATRETY (RANMIFIR) -

FeRRUGEDRE VASERAIIES KO0 — TR ISR U TRF TR E 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) In case of short overhung, maximum &@p can apply 3mm except hardened steel. But please adjust Vf according to machine
and work rigidity.



MOdUIar Heads FULL LINEUP

AoV TR—b EI1S5—AYR EEEIRE

Recommended cutting conditions for MSW and MSN
EJAT—ANYFMSWH + BEE—®(EY15— v REF—IVEBEY v I7—I\)

TEZ (mm) Tool dia.

wu | TV 20 25 30/32

Work materials & H#E No. of teeth 2N F# No. of teeth 2N H# No. of teeth 2N
Grades [ g ap EN 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)

(s%c?‘sﬁélﬂsm 70 | 1.3 | 1.3 |4,800/3360| 90 | 1.3 | 1.3 |3,800|2700| 100 | 15 | 15 |3,000 2,100
BE250HBIAT | 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

32?532%%ﬂ8 190 | 0.3 | 04 |4,000/2800| 210 | 03 | 05 |3,200|2200| 210 | 0.3 | 0.7 |2,650/1,860

(GM%OSMICDS) jcs040| 70 | 1.3 | 1.3 [4,000(2:800| 90 | 1.3 | 1.3 |3,200|2,240| 100 | 1.5 | 1.5 |2,600 | 1,820
"’Eégfsﬁggfﬂ JC8015 | 120 | 0.8 | 0.8 |4,000|2,800| 140 | 0.8 | 0.8 |3,200|2,240| 150 | 1.0 | 1.0 |2,600 | 1,820

(40HRCLLE)

Bef;ﬁ%?HB (woiotee| 190 | 0.3 | 0.4 |3,600|2,500| 210 | 0.3 | 0.5 |2,800 /1,960 | 210 | 0.3 | 0.7 |2,300] 1,600
(SKD%%@OSV) 70 | 13 | 1.3 4,002,800 90 & 13 | 13 |3,2002240| 100 | 15 | 15 |2,600 1,820
Bc295HBIAT | Jcs040 | 120 | 0.8 | 0.8 | 4,000 2,800 140 | 0.8 | 0.8 3200 2240| 150 | 1.0 | 1.0 |2,600 1820

1.237

Befowis%’HB 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
(S*Kﬁ[fg})ﬁl\ﬂc) Jcgo15| 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
B&40-50HRC [MoWw | 19
JECHOIURC W% | 120 | 03 | 04 | 2500|1250 | 140 | 0.3 | 05 2,000 1,000| 150 | 05 | 07 |1,800| 900

(1.2344) Recommend

40°50HRC  [Cuse oWl 190 | - - - - 210 | - = = - | 210 | 02 | 07 |1,600| 800
W@?S’fﬁg%?)\mﬂ Jcsots| 70 | 05 | 05 2300 920| 90 | 05 | 0.7 |1,900| 760| 100 | 0.6 | 0.8 |1,600 720
Be55-62HRC [

e Ol | aaat® | 120 0.3 | 04 |2000| 800| 140 | 0.3 | 0.5 (1600 640|150 | 0.3 | 0.7 1,300 590
(1 2379) Recommeﬂd

55-62HRC  [gpeeer | 190 | = - - - 210 | - - - - | 210 | - - - -

(ﬁ F(%) 70 | 15 | 15 4,000|3,2001 90 | 15 | 15 |3,200 2,560 100 | 15 | 1.5 |2,600 2,100
gﬁﬁggﬁgﬁn Jcsots | 120 | 1.0 | 1.0 |4,000(3200| 140 | 1.0 | 1.0 |3.200|2560| 150 | 1.0 | 1.0 |2,600 2100

GG, GGG

B((g|0W300|-)|B 190 | 0.3 | 0.4 |3,600/2,900| 210 | 0.3 | 05 |2,800|2240| 210 | 0.3 | 0.7 |2,300| 1,800

0 : IVRIVEHEULRY, ap: hAKRRS, @e: EvI74—K, n: TEREEE, Vi: X)EE
2 : Overhung length, ap : Depth of cut, ae: Pick feed, N : Spindle speed, Vf: Feed speed

W{ERA LDFETEIR

1) LEEDEIBISAF S EMAIES KO —TBIEICH U TRELIZE W,
2) VUUDRELUIBEF IPAHFRE Z MBI HEULTLREE V. HDVIFENREZ TIFTERALIEE 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.

v Lo BV Lo b i | ok | M=o F Ly IR Machined form by Swing Ball

|

) FemEBIC_ERIDMRERARBRENECETT .

Note: Above form error can occur at center point.

@SWBHZ SWB type

R A B

8 0.5 0.01
10 2.1 0.05
12.5 3.0 0.09
15 3.3 0.09
16 3.4 0.09

@SWB-HAZ (Fft _EIFFI) SWB-H type for semi-finishing

R A B
10 0.6 0.01
12.5 0.7 0.01
15 0.9 0.01




// DIJET

A=IN=F A XA~ €EI25—AY [ RELHISFE

SDH

TYPE

Recommended cutting conditions for SDH and MSN
EI215—"YFSDHRF + BEE—#(EY 15—y RRZ—IVEBEY v+ I 7—I\)

TE&Z(mm)[F v T+ X] Tool dia. [insert type]

wul s | FYT 15/16 (R3.5) 20/22 (R3.5) 20/22 (R3.5) 25/28 (R5)
Work materials gg%s F# No. of teeth 2N F# No. of teeth 2N F# No. of teeth 3N F#L No. of teeth 2N
(m€n) (rﬁr%) (mﬁr') (mm\frfnin) (m€n) (rﬁr%) (mqr]r') (mm\frfnin) (m€n) (rﬁr%) (mqr]r') (mm\frfnin) (mgn) (rﬁr‘%) (m,in‘) (mmv:nin)
PR 70 | 14 |3500(1,650| 70 | 1.5 [2,900|1,450| 70 | 1.2 |3,500/2,900| 90 | 2 |2,400 1,400
(850C, $55C) | ¢
EE250HBIATF 408050
e JC5040| 120 | 1.1 3,500 1,650 120 | 1.2 |2,900 1,450| 120 | 0.8 |3,500|2,900| 140 | 1.5 | 2,400 1,400
cso.055) | /0118
Belon 250UE 160 | 0.6 |3,300(1,500| 160 | 0.7 |2,800|1,350| 160 | 0.5 |3,200|2,700{ 210 | 1 |2,300| 1,300
ZU\—R>#8| 408050
Th ey o) J08080| 70 | 1.4 |3300|1550| 70 | 15 |2800|1400| 70 | 12 33002600 90 | 2 |2200 1300
B30 43HRC | ycs015| 120 | 1.1 3,300 1,550| 120 | 1.2 2,801,400 120 | 0.8 |3,300(2,600| 140 | 1.5 | 2,200 1300
(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
TEH
wsson | 70 | 1.4 3300(1,550| 70 | 15 2,800 1,400| 70 | 12 |3,300|2600| 90 | 2 |2,2001,300
255HBL
SeSSHBELT | Jeo¥21 120 | 1.1 [3.300|1,550| 120 | 1.2 |2,800|1,400| 120 | 0.8 3,300 2,600 140 | 1.5 |2,200 1,300
(1.2344, 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
T 70 | 1.4 |2,700(1,300| 70 | 15 |2,300|1,200| 70 | 12 |2,700/2400| 90 | 2 |1,800]1,050
SUS304
E250HBILT | 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
wANGY |JC5118
K001 b e JC801S 70 | 0.7 |2400(1,150| 70 | 0.8 2,000 1,000{ 70 | 07 |2,500/2,000{ 90 | 1 |1,600] 1,000
B &40-50HRC [soHRcLLEr
Foionea dl oo | assase| 120 | 05 |2.400|1,150| 120 | 0.6 |2000/1,000] 120 | 0.5 |2500/2,000| 140 | 0.5 |1,600 1,000
(12888 LaaT9) | | 160 | 0.3 |2,200(1,050| 160 | 0.3 1900| 950| 160 | 0.3 |2200/1800( 210 | 03 |1500| 950
o 4 70 | 14 |3100(1,550| 70 | 1.5 |2,600|1,400| 70 | 1.2 |3,050/2,600| 90 | 2 12,100 1,300
E300HBLLT | JC8015
o Ce11a| 120 | 1.1 /3,100 1,550| 120 | 12 |2,600(1,400| 120 | 0.8 |3,050/2,600| 140 | 15 |2,100|1,300
g 160 | 0.6 |3,000/1,400| 160 | 0.7 |2,500/1,300| 160 | 05 |2,900(2,400| 210 | 1 |1,200| 1,200
7582 | e 70 | 05 1200 600| 70 | 05 1,000/ 500| 70 | 05 1,000 750| 90 | 0.5 & 780 460
A JCE015| 120 | 04 1200| 600| 120 | 04 1000 500 120 | 0.4 1000 750| 140 04 | 780 460
35-43HRC
160 | 02 (1,00 490| 160 | 02 | 980| 440| 160 | 02 | 980| 660| 210 | 0.2 | 750| 410
- 70| 05 | 620 190| 70 | 05 | 510| 160| 70 | 05 | 510| 240 90 | 0.5 | 430| 170
ﬁﬁ-@g?ﬁlﬁc JC8015
locorcl | |JCO118| 120 | 0.4 | 560| 190| 120 | 0.4 | 470 160| 120 | 04 | 470 240| 140 | 04 | 39| 140
30-43HRC 160 | 0.2 | 520| 190| 160 | 0.2 | 440| 160 160 | 0.2 | 440| 240| 210 | 02 | 370| 140
PLszoiee 70 | 2 |8600(4,800| 70 2 |7,200/4300| 70 | 2 |7,200/6400| 90 | 3.5 |5700] 3400
&50-110HB
e ayo, | FZ205 | 120 | 17 8600 4,800| 120 | 1.7 |7,200/4300( 120 | 17 |7,200 6,400| 140 | 2 |5700 3400
50-110HB
160 | 1.2 |7,000(4,900| 160 | 1.2 |5800/4,300| 160 | 1.2 5800 4,300| 210 | 15 |4,500|2,200

0: IDRINVEHULES, ap: UPAARE, n: TEREEERE, Vi: X )EE 0 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

WEALDOEREIR
1) EECDUTHEIRMES ERAIES KD —IRIEICRU TRELZE L,
2) UUWUDRELUIBER NAFHREZ LSRMBEL)BELTLREV, HBVREVREZ T IFTERLEE L,
3) MBI RDESE. FTAHESEZL LT REEV RICNS LV VIZTIFTERLIEE L,
4) I7—7O—(C&IPWLKTREMBZITOTREV, FHT IIEMCTOFvEFT A NI T TRV TRIBITERLIZE L,
5) D—J DESH'50-55HRCOIZE (&, LTI (RANSE) Dap, N, ViZE30% FFTERLKIEEL,
6) FIVER MAGE(FEXNIZTO>TIEE L,
NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

)
2)
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)
6)

In case of 50-55HRC, recommend to reduce 30% above ap, n, Vf. (In the case of hardened die steel)
In case of titanium alloy or inconel, recommended wet cutting.

‘‘‘‘‘‘

:

0. RHELRS

‘ 2: Overhung length



MOdUIar Heads FULL LINEUP

A=I\—=FL AL~ EIaS—Av K {ZSEDHISRMG
TYPE Recommended cutting conditions for SDH and MSN

EJa15—"\YFSDHF; + BE—&(EJ15—~\v RRA—IVEBEY v+ I7—I\)

TEZR(mm) [Fv TP+ X] Tooldia. [insert type]

ol 4 FvT (25 (R3.5) /25 (R5) /28 (R5) | 30 (R5) /32 (R6) / 35 (R5) 32 /35 (R5) 30 (R5) /35 (R6)
Work materials ZEE F#4 No. of teeth 3N F#L No. of teeth 2N F#4 No. of teeth 3N HEL No. of teeth 3N
Grades [~ 2 [ ap | n Vi | 2 | an | n Vi | 2 | a | n Vi | 2 | a | n Vi
(mm) | (mm) | (min?) (mm/min)] (mm) | (mm) | (min"') (mm/min)] (mm) | (mm) | (min") |((mm/min)| (mm) | (mm) | (min?) (mm/min)
PR 90 | 1.5 2,800 2,100| 100 | 25 2,000 1,100| 100 | 2.5 |2,000 1,600| 100 | 2 |2,100 1,900

(S50C, $55C) | 4c8050

B250HBLIT | 05040 140 | 1.2 |2,800(2,100| 150 | 2 12,000/1,100| 150 | 2 12,000/1,600| 150 | 1.5 |2,100|1,900

Carbon steel | 05118

(C50, €55)
Below 250HB 210 | 0.7 |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

TYIN\—R/4 | Jc8050
AT PY6. ke P20 | JCE 118 90 | 1.5 |2,600|2,000{ 100 | 2.5 |1,900|1,050( 100 | 2.5 |1,900(1,550| 100 | 2 2,000 1,800

B30-43HRC | j0a015| 140 | 1.2 |2,600|2,000 150 | 2 11.900/1,050| 150 | 2 11,900/1,550| 150 | 1.5 |2,0001,800

Mold steel (40HRCELL)

(12511, P20) | lesie | 210 | 0.7 |2.400(1,800| 210 | 1.2 |1,800| 950| 210 | 1.2 1,800 1400| 210 | 0.8 |1,900|1550

TEiH
(SKD61 SKD11) 90 | 1.5 |2,500|1,600| 100 | 2.5 |1,900|1,050( 100 | 2.5 |1,900(1,550| 100 | 2 2,000 1,800

fEE255HBLLT | JC5040
LDiesteeI JC511g| 140 | 1.2 [2,500(1,600( 150 | 2 1,900 1,050 150 | 2 |1,900|1,550| 150 | 1.5 2,000 1,800

(L2344, 1.2575) 210 | 0.7 |2,400 1,400| 210 | 1.2 11,800 950| 210 | 12 |1,800|1,400| 210 | 0.8 |1,900 1,500

AT LASH 90 | 1.5 |2,100|1,400| 100 | 2.5 |1,550| 850| 100 | 2.5 |1,550|1,250| 100 | 2 |1,750|1,500

(SUS304) JC8050
Ec250HBLA T~ |JCB015| 140 | 1.2 |2,100|1,400| 150 | 2 1,550 | 850| 150 | 2 1,550(1,250| 150 | 1.5 |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

(sxg’;)\oﬁ%m) jgg&]g 90 | 0.8 1,900 1,400| 100 | 15 [1.300/ 750| 100 | 1.5 |1,300 1,100| 100 | 1.2 |1.400 1,250

%*TL—hklL
BE&40-50HRC Isoirciitid| 140 | 0.6 |1,900(1.400| 150 | 1.2 11,300 750| 150 | 1.2 11,300/1,100| 150 | 1 |1,400|1.250

: JC8003HE32
Hardened die steel | JC8003%%

O ating U | 210 | 0.4 1,800 1,000] 210 | 0.7 {1,200 700| 210 | 07 1200 950{ 210 = 0.5 1300/ 1,100

('% F(‘BﬁD*) 90 | 1.2 |2,500|2,200| 100 | 2.5 |1,800|1,000( 100 | 2.5 |1,800(1,500| 100 | 2 1,900|1,700

fEX300HBLAT[JC8015 140 | 08
Grey & Nodular castiron| JC5118 :

2,50012,200| 150 | 2 |1,800|1,000( 150 | 2 |1,800(1,500| 150 | 1.5 | 1,900 1,700

R 210 | 0.5 |2,300/1,700| 210 | 12 1,700 900| 210 | 1.2 |1,700|1,350| 210 | 0.8 |1,800 1,600
B 90| 05 | 780 690| 100 | 05 730 470 100 | 05 | 730 650| 100 | 0.5 730| 650

L J08050
T eC | JC8015 | 140 | 0.4 | 780 690| 150 | 0.4 730| 330| 150 04 | 730 650( 150 | 04 | 730| 650

35-434Rc  |JC9118

210 | 0.2 | 750| 620 210 | 0.2 | 700| 260| 210 | 0.2 | 700 600| 210 | 0.2 | 700| 600

N 9 | 05 | 430 260| 100 | 05 | 400| 170| 100 | 05 | 400| 250| 100 | 05 | 400| 250
MRS | 4cs01s

BE35-43HRC | jeo148| 140 | 04 | 390| 210| 150 | 04 | 380 150| 150 | 0.4 | 380| 230| 150 | 0.4 | 380 230

Inconel
35-43HRc | JC8050

210 | 0.2 | 370 210| 210 | 0.2 | 350| 130f 210 | 0.2 | 350| 200| 210 | 0.2 | 350| 200

FILEI=YLES 90 | 2.2 |5,700|5,100( 100 | 3.5 4,500 /2,700 100 | 3.5 |[4,500|4,100( 100 | 3.5 |4,500|4,100

fEE50-110HB

Aluminum alloy
50-110HB

FZ05 | 120 | 1.9 |5,700|5,100| 150 | 2 |4,500|2,700| 150 | 2 |4,500/4,100| 150 | 2 |4,500 4,100

160 | 1.5 |4,500|5,100| 210 | 1.5 |3,600|1,800( 210 | 1.5 |3,600(2,700| 210 | 1.5 |3,600]|2,700

0 IDRINVEHULES, ap: UPAARE, n: TEREERE, Vi: Rk )EE 0 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

WEALDOEREIR
1) LEEDLIREISAE . RIS KO —IRIEICIHU TRELES L,

2) UUWUDRELIBER IAFHREZ LRRMBEL)BRLLTLREV, HBVEEVREZ T IFTERLEE W,

3) BB IR RDESE. FTNAFESIEZL LT REEV RIENS LV VIZ T IFTERLIZS L,

4) I7—7O—(C&IILKTREMEZEITOTRE W, HIT IIEMCTOFrEFT A NI T TRV TRIBITERLIZE L,
5) D—J DESH50-55HRCDIHE(F. EECEIEISRH (AN Dap, N, ViZE30% NFTERLIEE L,

6) FIVER MAGRFELXINIZTO>TIEE 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 ap or Spindle speed and Feed speed.

‘ £: Qverhung length

[ =
ﬁ%ﬂ LES

4) Use air blow.
5) In case of 50-55HRC, recommend to reduce 30% above ap, N, V1. (In the case of hardened die steel)
6) In case of titanium alloy or inconel, recommended wet cutting.



// DIJET

SDH [ 2-/=51xAF EUa5—ny K GRS
TYPE Recommended cutting conditions for SDH and MSN
EI25—"YFSDHRF + BE—8(EY 15—y RRZ—IVEBEY v+ I 7—I\)

TERZ(mm) [FvyTHAX] Tool dia. [insert type]

wul i | FYT 30/32/35 (R5) 40 (R6) 40 (R6) 42 (R5)
Work materials g K#4 No. of teeth 4N K# No. of teeth 2N K# No. of teeth 4N K#4 No. of teeth BN
Grades [ 2 [ ap [ n [ Vi | 2 [ a | n | Vi | & | ao| n [ W a | n | Vi
(mm) | (mm) | (min?) (mm/min)] (mm) | (mm) | (min"') |((mm/min)] (mm) | (mm) | (min") |(mm/min)] (mm) | (mm) | (min"') |(mm/min)
<s§6§‘sﬁﬂ,m 100 | 2 |2,100|2,500| 100 | 2.5 |1,550| 890| 100 | 2 11,900/2,300| 100 | 1.8 |1,750 2,600
. 8550) | jC8050
@afggrﬁs?eﬁ? jgg%g 150 | 1.5 |2,100|2,500| 150 | 2 [1,550| 890| 150 | 1.5 [1,900|2,300| 150 | 1.3 |1,7502,600
poo0, 058). 210 | 0.8 2,000 2400| 210 = 1.2 |1450| 780| 210 | 0.8 |1,800 2200| 210 | 0.7 |1,650 2,400
@W@m&&% jgg??g 100 | 2 |2,000|2,400| 100 | 2.5 [1,500| 840| 100 | 2 |1,800(2,100| 100 | 1.8 |1,700 2,500
Eﬁ?&ﬁgm Jc8o15| 150 | 1.5 |2,000|2,400| 150 | 2 |1,5500| 840| 150 | 1.5 |1,800|2,100| 150 | 1.3 |1,700|2,500
(40HRCLLE)
(2511, 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
(SKD%%KWDH) 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
#B258HBLLT JOO040| 150 | 1.5 |2,0002400( 150 | 2 |1,500| 840| 150 | 15 |1800|2,100| 150 | 13 |1,700 2,600
(1.2344, 1.2379) 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 2,400
257U 100 | 2 |1,750|2,000| 100 | 2.5 [1,.250| 700| 100 | 2 |1,550(1,600| 100 | 1.8 |1,400 2,100
(SUS304) JC8050
FE250HBILT|JC8015| 150 | 1.5 |1,750|2,000] 150 | 2 |1.250| 700| 150 | 1.5 |1,550|1,600| 150 | 1.3 |1,400|2,100
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 |1,2501,600
(SK%?\D%@WDHA) JCo1181 00 1.2 1,400 (1850| 100 | 1.5 1,050 550| 100 | 12 |1350|1350| 100 | 14 |1250 1,500
B4050HRC (G| 150 | 1 1400 1.850] 150 | 1.2 |1,050| 550| 150 | 1 | 1350 1.350| 150 | 09 |1.250|1500
Hardened die steel | 10800332 ’ ’ : ’ ’ ’ : ’ ’
“'%ﬁb;’égm) S | 210 | 05 1,300 1,700( 210 | 0.7 1,000| 520| 210 | 05 1300 1,100| 210 | 0.4 |1,150|1,300
(ﬁ F§§) 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
g%ﬁ?fm?ﬂfatﬁ jgg?}g 150 | 1.5 |1,000|2.250| 150 | 2 |1.400| 800| 150 | 1.5 |[1,700/2,050| 150 | 1.3 |1,650]2,400
e 210 | 0.8 |1,800|2,100| 210 | 12 |1,300| 750| 210 | 0.8 |1,600 1,800 210 | 0.7 |1,5502,200
FHae 100 | 05 | 730| 860| 100 | 0.5 | 580| 350| 100 | 05 | 580 700| 100 | 0.5 | 610| 730
B35 43HRC | JG8050
Tnum alloy |9C8015 | 150 | 0.4 | 730| 860| 150 | 0.4 | 580| 350| 150 | 0.4 | 580  700| 150 | 0.4 | 610/ 730
35-434Rc /09118
210 | 02 | 700| 800| 210 | 0.2 | 550| 330| 210 | 0.2 | 550| 660| 210 | 0.2 | 580| 690
—oo 100 | 05 | 400| 330/ 100 | 05 | 290 170| 100 | 05 | 290 340| 100 | 0.5 | 300| 310
NEYO
#@er35-43HRC jgg?}g 150 | 04 | 380| 310| 150 | 0.4 | 270| 160| 150 | 0.4 | 270 320| 150 | 04 | 280| 290
Inconel JC8050 ' ' : .
35-43HRC 210 | 02 | 350| 270| 210 | 0.2 | 250| 120| 210 | 02 | 250| 240| 210 | 0.2 | 260| 250
PILE= LA 100 | 35 |4500/5400| 100 | 4 |4,000/2,400| 100 | 4 |4,000 4.800| 100 | 3.5 |3.800 5,700
B i | Fz05 | 150 | 2 4500 5400| 150 25 4,000 2400| 150 | 25 4,000 4800| 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|3700
0 IDRINVEHULES, ap: UPAARE, n: TEREERE, Vi: Rk )EE 0 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed
BER LOEEEE
1) EEROIEIRA G RIS £ 0D — B RSC TEEC AL,
2) CUWHDREUCIEEF THAFFES & EEEHIES D DL UTLRE V. HBVIEEREE NFTERALES L,
3) MBI HAREBDIRS(E. FTVPAFESEZLULTLREE L RICNB KOVIETIFTERLIESL,
4) I7—O0—-ICEIINLK TRENIBEZITOTLIEE W $IC IIFEMCTDFvET AT TPV TUEBITERLIEE L,
5) D—JDBEH'50-55HRCODIBE (&, LECHIHISEM RANG) Dap, N, ViE30% FFTERLES L,
6) FIVEE MASEIFHEXINITETOTIIEE L, [ m)"& %
?)o%Eeﬁguretobeadjustedaccordingtothe machine rigidity or work rigidity. ! a__} ?
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed. \ =
33 If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed. i 'E'K %
4)U ir blow. o .
5; Ins::gailt; ongVO-SSHRC, recommend to reduce 30% above ap, n, Vi. (In the case of hardened die steel) :‘:@i >
° |

In case of titanium alloy or inconel, recommended wet cutting.



MOdUIar Heads FULL LINEUP

TYPE

A=I\—=FL XA+ E

H.S.C. recommended cutting conditions for "SDH and MSN"

-

9a15—"\vy

R REIRISR

EI215—AY FSDH + BEE—#(EY15—~\y RRAA—IVEB@EY v+ 77—I\)

TEZR(mm)[FvTHAX] Tool dia. [insert type]
wou s | FYT 20/22 (R3.5) 25 (R3.5) / 25 (R5) / 28 (R5) 30 (R5) / 35 (R6)
Work materials i FEL No. of teeth 3N KL No. of teeth 3N F#L No. of teeth 3N
Grades 2 ap n 3 2 ap n Vi ap n f
(mm) (mm) (min) | (mm/min) | (mm) (mm) (min) | (mm/min) | (mm) (mm) (min”) | (mm/min)
STE 70 | 03 | 5400 4800 | 90 | 03 | 4200 | 3,800 | 100 | 03 | 3,300 | 2,900
B 250HBLLT 120 | 02 | 5100| 4300 | 140 | 02 | 4,000 | 3,400 | 150 | 02 | 3,100 | 2,800
o 160 | 01 | 4300 3600 | 210 | 01 | 3400 | 2850 | 210 | 01 | 2,600 | 2150
(ﬁnﬁ@ﬂuﬂaﬁzﬂm 70 0.3 4,300 | 3,200 | 90 0.3 | 3,400 | 2,500 | 100 0.3 | 2,800 | 2,000
72 30.43HRC 120 | 02 | 4100| 2,900 | 140 | 02 | 3,200 | 2250 | 150 | 02 | 2,700 | 1,800
Moldsoe 12311, P20) JC8015| 160 | 01 | 3400| 2400 | 210 | 01 | 2700 | 1900 | 210 | 01 | 2200 | 1,500
e %ff’zh?*fb 70 | 03 | 4300 3200 90 | 03 | 3,400 | 2500 | 100 | 0.3 | 2,800 | 2,000
FE 255HBIL T 120 | 02 | 4100 2,900 | 140 | 02 | 3200 | 2250 | 150 | 02 | 2,400 | 1,800
D ot 160 | 01 | 3400 | 2400 | 210 | 01 | 2700 | 1,900 | 210 | 01 | 2,200 | 1,500
Az 70 | 03 | 3600 3200 90 | 03 | 2,800 | 2500 | 100 | 0.3 | 2,300 | 2,000
R 250HBINTF 120 | 02 | 3400| 2900 | 140 | 02 | 2,700 | 2,250 | 150 | 02 | 2,200 | 1,800
S 160 | 01 | 20900 | 2.400 | 210 | 01 | 2.250 | 1,900 | 210 | 01 | 1,850 | 1,500
BEANE 70 | 02 | 4000 3000 90 | 02 | 3100 | 2,300 | 100 | 02 | 2,500 | 1,850
(SKD61, DAC, DHA)
R 40-50HRC 120 | 012 | 3700 2,600 | 140 | 012 | 3,000 | 2100 | 150 | 015 | 2450 | 1,650
e el (20, 1267 160 | 0.06 | 3,200 | 2,200 | 210 | 006 | 2,500 | 1,700 | 210 | 01 | 2,050 | 1,400
a2 & JO8003 =0T 08 | 5700 | 5100 | 90 | 03 | 4500 | 4000 | 100 | 03 | 3600 | 3,200
i 300HBLIT 120 | 02 | 5100 4,600 | 140 | 02 | 4300 | 3600 | 150 | 02 | 3,400 | 2,900
srey&BNg?gachagggﬁgGGG) 160 0.1 4,550 | 3,800 | 210 0.1 3,600 | 3,000 | 210 0.1 2,900 | 2,400
PN 70 | 15 | 10100 12,000 | 90 | 17 | 8000 | 9,600 | 100 | 2 6,400 | 7,700
ﬁﬁfﬂ?ﬁjﬂ]gﬂ? FZ05 | 120 1.2 | 10,00 | 12,000 | 140 1.4 | 8,000 | 9,600 | 150 15 | 6,400 | 7,700
50-110HB 160 | 07 | 8700 7,800 | 210 | 1 6,800 | 6100 | 210 | 1 5,500 | 5,000

0 IPRINEBHULRSY, ap: ThAHEE, n: TEREERE, Vi E)ERE

CawE v st ) =E= 8 Application for choice of inserts
TYPE

2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

I A4 FHEX - S5 PRl - TEH TUN—RV4H BANEE  |FHVERAVIR| ATVURE  |PIIZULEE
T Cast iron, Cart_Jon steel, Mold steel High hardened Titanium alloy, Stainless steel Aliminum
Cast steel Die steel steel Inconel alloy
F78 Grades JC8015 (JC5040(JC5118|JC8050(JC80O15 | JC80OS0 (50HRC'LJXCJ::8£RI§50HRC) JC8015 | JC8050 | JC8015 | JC8050 FZ05
. JC5118 JC5118 JC8015 JC5118 JC5118

A2 Cat.No. JC5118
RDMWO7T2MOT © © © © O O
RD=T07T2MOE * w [ J O [ J © [ J © o
RDMW1004MOT © © © © O @)
RD><T1004MOT * bA¢ O ©
RD=xT1004MOE [ J [ J © [ J [ J
RDMT1004MOE-ML © ©
RDMW1204MOT © © © © O O
RD=:T1204MOT bAq RAS O ©
RD=xT1204MOE (] (] © o o
RDMT1204MOE-ML © ©
RDGTk sk s MOF-AL ©

*RDMWH4: 7L —A7% L without chip breaker
©: EE—H#ELE First choice, Good condition O: —f%tIHEI Moderate condition @: ANZZEHHEI Unfavorable condition

*RD*THs: Tl —A1FE with chip breaker

Yoo Ba&frtIE| Light cutting



// DIJET

Z—IS—FAL AL b EI2S5—AY R EEHIRE
TYPE H.S.C. recommended cutting conditions for "SDH and MSN"

EJa15—"\YFSDHF; + BE—®&(EJ15—~\v RRA—IVEBEY v+ I7—I\)

TEZ(mm)[Fv TP+ X] Tool dia. [insert type]

wu s | FTYT 30/32/35 (R5) 40 (R6) 42 (R5)
Work materials g F# No. of teeth 4N F# No. of teeth 4N F# No. of teeth 5N
Grades [ p 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)
(S%(?Eﬁsﬁéﬂsc) 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 | 3.150
TUN\—RE
(EPH P, NAKE, o) 100 0.3 2,800 | 2,800 [ 100 0.3 2,400 | 2,400 100 0.3 2,300 | 2,800
f&c 30-43HRC 150 0.2 2,700 | 2,500 [ 150 0.2 2,300 | 2,150 150 0.2 2,200 | 2,500

Mold e (1281, P20) JoB015| 210 | 01 | 2250 | 2100 | 210 | 01 | 1,900 | 1800 | 210 | 01 | 1850 | 2100
TE@ |5 100 | 03 | 2,800 | 2,800 | 100 | 0.3 | 2400 | 2,400 | 100 | 0.3 | 2,300 | 2,800
(SKD61, SKD11) | chipbreaker

i 255HBLLF 150 | 02 | 2700 | 2500 | 150 | 0.2 | 2300 | 2450 | 150 | 02 | 2200 | 2,500
Dectee 3k T 210 | 01 | 2250 | 2100 | 210 | 01 | 1900 | 1800 | 210 | 01 | 1850 | 2100
AL 100 | 03 | 2300 | 2700 | 100 | 03 | 2000 | 2400 | 100 | 03 | 1900 | 2,800
s 250HBIUT 150 | 02 | 2200 | 2400 | 150 | 02 | 1900 | 2150 | 150 | 02 | 1.800 | 2,500
Slainless steel 210 | 041 | 1850 | 2000 | 210 | 01 | 1600 | 1,800 | 210 | 04 | 1500 | 2100
eI 100 | 02 | 2550 | 2550 | 100 | 0.2 | 2200 | 2200 | 100 | 02 | 2100 | 2,500
(SKD61, DAC, DHA)
1 40-504RC 150 | 045 | 2400 | 2250 | 150 | 015 | 2100 | 2000 | 150 | 045 | 2,000 | 2.250

e el (28 12673 210 | o1 | 2050 | 1850 | 210 | 01 | 1,750 | 1,650 | 210 | 01 | 1,650 | 1,850

25 08093 50 T 03 | 3,600 | 4,300 | 100 | 03 | 3.200 | 4000 | 100 | 03 | 3,000 | 3600
e 300HBIUT 150 | 02 | 3400 | 3900 | 150 | 0.2 | 3,000 | 3600 | 150 | 02 | 2,850 | 3,250
by e 6 5 210 | 01 | 2900 | 3200 | 210 | 01 | 2550 3,000 | 210 | 01 | 2400 | 2700
PILEonES 100 | 2 6,400 [ 10,200 | 100 | 25 | 5600 | 9,000 | 100 | 2 | 5300 | 10,600

BEX50-110HB | F705 | 150 15 6,400 | 10,200 | 150 2 5,600 | 9,000 | 150 15 | 5300 | 10,600

Aluminum alloy

50-110HB 210 1 5,500 | 6,600 [ 210 1.3 4,800 | 5,800 | 210 1 4,500 | 6,800

0 IRINVERHELES, ap: THAAXRE, n: TERENEE, Vi: X)ERE 2 : Overhung length, &p : Depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFETEIR
1) EECOVIBISRME. EMBIIES KU D —TIBIEICRUTRELIZE L,

2) VUWUDREUHZEE HAFRS Z LEEHIEX BEUTLEE V. BB WNFEVEEZ FFTRERLEE L,

3) WHENNAREDHEEE FTVPAHRSZ XU TSV RICNB XU VIZ TIFTERLIZE L,

4) I7—JO— LKW TIREDBZITOTEE Ve FHT IIEMCTDF v ET AL TIEIW S FTRRITERLEE W,
5) D=0 DESH'50-55HRCDIZE (. EECEIHISA (AN Dap, N, VIZE30% FIFTERLIEE 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. ‘L
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. i
5) In case of 50-55HRC, recommend to reduce 30% above ap, n, V1. (In the case of hardened die steel)

RHLERS

‘ 2: Overhung length

"

SDH [ 5> > hmamsnss RRi

“mEaEEs [ PR wisulan  [NIKEBEINNISsoLAS[SBAR5VAR| HEREN
IS0 P01 :P10:P20:P30:P40(M01:M10:M20:M30:M40]|KO1 i K10 | K20 | K30 NO1§N10§N20 N30|S01:S10:S20S30|HO1H10:H20
FZ05
‘ JC5040

jf;ﬁﬁﬁfﬁ Je5118_| 05118 —Je5118 | o511

Range |y
Jca01s |

o - [Jcsoso o ~ [Jcsos50




MOdUIar Heads FULL LINEUP

SD winwh 20|V ima:=1njc3=E-31=0 Attention for profile milling

TYPE
@V—/)LIN\ZADEHFHE
Calculation of tool pass dia.
SVEYI BT Ramping AUAJIVINI Helical interpolation ¢dC = ¢Dnh—pDc
W—JUIKZE TR TE&
L ®Dh Tool pass dia. Bore dia. Tool dia.

O —FZEDDYHAFHRE DERALHAH
FEEApEEATIFVELSICLTLIEE L,
Depth of cut per one circuit should not exceed

9] max. depth of cut ap.
- — g & S @ V— L/ SADEESEIFS YA
| 1 © ¥ilg [CIEBDRORIFETREIDICLTLIEE LY,
mf = Down cutting is recommended, so tool pass
Q Q H rotation should be counterclockwise.
= ORUUYITHhBDSVEVIMIIETH
BWLWTLIEEL,

Do not continue ramping after drilling.

ONUAIUIITRFICHIF DHLEREI D%

LlE B—Hy&#xEDICTRELTL
5% L Téz\_‘l,lg Sl s
Remains In case of helical interpolation, remove the core
by traverse milling.

05V T AVAIVINTEIRIED REZFLEHIRMAFZRDT0%LLT  @In case of ramping and helical interpolation, apply 70% or less

TINLZUTLEELY, feed speed from standard cutting condition table.

@ RUVU VI INTEE EA XD IRE ZIZELNHIREZRD50% LT T @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLZELY, standard cutting condition table.

O RUYUVIITEICIE EHEURUMID L FHRUEZIEEHHDE  ®Long consecutive chips may come out in case of drilling, con-
DT REICKTHFERUTKIESL), firm the safe condition sufficiently.

, , EEMNT | RIVEB | KA | RAER [RAUHIAH| mAUIARERS (8p) |mARIUZS .
TEE |FyIE-(R)| GTAERGD1 | ¢Dhmin. | pDh max. | BE: 6(%)| R @p [MIBOTHEIRE Lom)| F&z  |[FHERSX
Tool dia. insert dia. | 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. ap 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' 8.3 22.1 15 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' 3.5 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 25 8.5
28 10(R5) 18 40 54 8°20' 5.0 341 2.5 3.5
30 10(R5) 20 44 58 7°15' 5.0 39.3 25 3.5
32 10(R5) 22 48 62 6°25' 5.0 44 .4 2.5 3.5
32 12(R6) 20 44 62 7°35' 6.0 451 25 &.5
35 | 10(R5) 25 54 68 5°30' 5.0 51.9 2.5 35
35 12(R6) 23 50 68 6°15' 6.0 54.7 25 &5
40 12(R6) 28 60 78 4°55' 6.0 69.7 25 3.5
42 10(R5) 32 68 82 4°05' 5.0 70.0 25 8.5




// DIJET

FLAL d EV2AS—AYR EEIEISRME
Recommended cutting conditions for MDH and MSN
EY215—AY FMDHR + BE—&(EYa15—~y RBAF—IVEBEY v~ 7—I\)
TEE (mm) Tool dia.

TYPE

wu s | FTYT 16 20 25
Work materials | 472 HEL No. of teeth 2N %L No. of teeth 2N X#L No. of teeth 2N
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)
PR 70 1 4,500 | 2,300 70 1.5 3,500 | 2,400 90 1.5 2,800 | 1,900
(S50C, 855C)__ | 4C5040

i@ 250HBILT JC5118 110 0.6 3,500 | 1,750 120 1 3,200 | 2,000 140 1 2,550 | 1,600
AR 150 | 04 | 3,000 | 1,500 | 190 | 06 | 2400 | 1200 | 210 | 06 | 1,900 | 1,000
TUN—R8R 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

L Sl 2 150 | 03 | 2600 | 1,300 | 190 | 05 | 2400 | 1,450 | 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

B 255 HBLLF 110 0.5 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)
&250HBLIT |JC8015| 110 | 05 | 2600 | 1,300 | 120 | 08 | 2,600 | 1600 | 140 | 08 | 2,100 | 1,300
Shainjess steel 150 | 03 | 2,600 | 1,300 | 190 | 05 | 2,400 | 1,450 | 210 | 05 | 1,900 | 1,150

A 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
barteed it 1 2341 2379)| Y C8 003
40-50HRC 150 - - - 190 - - - 210 - - -
&% &% 70 1 3,000 | 2,100 70 15 2,750 | 2,200 90 15 2,200 1,760

(FC, FCD)
fES300HBLLT |JC8015| 110 0.7 2,700 | 1,800 120 1.1 2,400 | 1,700 140 1.1 1,900 | 1,330

ey &bt civ (5 66 150 | 05 | 2700 | 1620 | 190 | 07 | 2400 | 1500 | 210 | 07 | 1,900 | 1.190

Below 300H

TE®& (mm) Tool dia.

wHl e |77 32 32 40
Work materials | 14718 XE No. of teeth 2N FE No. of teeth 3N FEL 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)
e 100 | 15 | 2,200 | 1,800 | 100 | 15 | 2,200 | 2400 | 100 | 15 | 1,750 | 2,450
(850C, $55C)__ | Jc5040
e 250HBIT (0201|150 | 1 | 2000 | 1600 | 150 | 1 | 2000 2200 | 150 | 1 | 1,600 | 240
o 250K 210 | 06 | 1,700 | 1,400 | 210 | 06 | 1,700 | 1,870 | 210 | 06 | 1,400 | 2,000
TUN—FH 100 | 15 | 2,000 | 1600 | 100 | 15 | 2,000 | 2000 | 100 | 15 | 1,600 | 2,000

(HPM7, PX5, NAK80, P20)
f#<-30-43HRC |JC8015| 150 1 1,800 | 1,440 150 1 1,800 | 1,800 150 1 1,450 | 1,750

L 210 | 06 | 1,600 | 1,280 | 210 | 06 | 1,600 | 1,600 | 210 | 06 | 1,300 | 1,550

TEif 100 1.5 2,000 | 1,600 100 1.5 2,000 | 2,000 100 1.5 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 S58HB 210 06 | 1,600 | 1,280 | 210 | 06 | 1,600 | 1,600 | 210 | 06 | 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)
fEs250HBILT |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
BEEA4050HRC | 0009 150 0.6 700 280 150 0.6 700 400 150 0.6 560 450

e el (8, 1267 210 | 03 | 600 | 240 | 210 | 03 | 600 | 300 | 210 | 03 | 480 | 380

(%% F%%) 100 1.5 1,800 | 1,800 100 15 1,800 | 2,400 100 1.5 1,450 | 2,400

BB 300HBLLT |JC8015| 150 1.2 1,600 | 1,600 150 1.2 1,600 | 2,100 150 1.2 1,300 | 2,100

Nodularcastron (GG,
T LI 210 | 07 | 1,500 | 1,500 | 210 | 07 | 1500 | 2,000 | 210 | 07 | 1,200 | 1,900
0 IDRINEHULES, ap: THAAFE, n: TEREERE, Vi X)ERE 2 : Overhung length, &p : Depth of cut, N : Spindle speed, Vf: Feed speed
WA O EBE o
1) DU E RIS LT —IRIMEICIEC TRELEE L, 1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) OUOWUDRELIESIF AR FSEMIEEL) B2 LT T W, 2) In case of chatter occurring, recommend to reduce the depth of cut @p or

. N . . Feed s d.
HBWIFESREZ TP TERLIZE L, 3) Ineiasepgffull slotting recommend to reduce the spindle speed n and feed speed

3) BUEIDBEF. OERRED S EVREF EEEHED70%ICTIFTIZE 0, Vf to 70% of above figures.



MOdUIar Heads FULL LINEUP

MDH FL AL =E"J":l.5—'\‘y R %iﬁmﬁ“%ﬁ =EMIA ZFFAD Fine pitch type
TYPE H.S.C. recommended cutting conditions for MDH and MSN
EY215=AY FMDHH + BE—#(EY15— v RAF—IVBEY v I 7—I\)

i I #4 B FoTpE | DHEE  IDHOORDE  AGRS

Work material Hardness Sl Ve (r?m/?rrm)ie:)d f ?::gm) Dgppt 'Erﬁfmc)”t
Sl 160~260HB jggggg 400~500 0.2~03 0.1~0.3
A e ey, | 170~300HB jggggg 300~400 0.2~0.3 0.1~0.3
Foi oty 180~280HB JC8003 300~400 02~03 0.1~03
ﬁ;?ffﬁgg;“{f;‘ggs) 180~280HB JC8003 250~350 0.2~0.3 0.1~0.3
7! ol (1m0 280~400HB JC8003 250~350 02~03 0.1~03
T s oo™ | 180~255HB | JCB0O3 250~350 0.2~0.3 0.1~0.3
oo 1 2370) | 40~B5HRC JC8003 200~300 0.1~0.25 0.1~0.2
B oo 2379 | 55HRC~ JC8003 150~250 0.1~0.2 0.1~0.2
2TY LA (SUS304,SUSSTE) | 150~250HB jgggg)g 200~300 0.15~0.3 0.1~0.3

WEA EDEREIR
1) LEEDYIHIRAE ERANES KD —TBIMEICHU THERBLZE WV,

2) UUWHREUHER WIAHFRS Z LERBEX ) BELUTLIRZEV, HBVFEVEREZTIFTERLEEL,
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.




Y4 RFyiI\— EIa1S5—AY N ZEHITREG

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

EIa5—AYyERMICH(FvT10f2) + BE—E(TEY15—~v RAA—IVBEV v+ 7—I\) ZCMT10... insert's type
TERZ (mm) Tool dia.

3 M)+t N 16/18 20 20/22
Work materials g HE No. of teeth 2N F#EL No. of teeth 2N F#L No. of teeth 3N
Grades a | n | V| 2 ] a | n | Vi| 2 | a | n | Vi
(mm) (mm) (min) | (mm/min)| (mm) (mm) (min”) | (mm/min) | (mm) (mm) (min7) | (mm/min)
R 70 0.6 | 3,580 | 2,150 70 0.7 2,860 | 1,300 70 0.7 | 2,860 | 1,860

(SSOC,SSSQ)
E%\-azrgc?ni%t{l: JC5040| 120 | 05 | 3,180 | 1,590 | 120 | 05 | 2,550 | 1,300 | 120 | 05 | 2,550 | 1,660

(€50, C55)
Below 250118 160 | 03 |2980 | 1,490 | 190 | 02 | 2390 | 1,100 | 190 | 0.2 | 2,390 | 1,550

TYUIN\—R 4 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)
%ﬂ;ﬁ[’ oo oiec| 160 | 0.3 | 2,980 | 1,490 | 190 | 02 | 2,390 | 990 | 190 | 0.2 | 2,390 | 1,530

TEH 70 0.6 3,180 | 1,600 70 0.7 2,550 | 1,050 70 0.7 2,550 | 1,530
(SKD61, SKD11)

BEE255HBRIT 05040 120 | 05 | 3,180 | 1,600 | 120 | 05 | 2550 | 1,050 | 120 | 05 | 2550 | 1,530

Die steel
(1.2344, 1.2379) 160 | 03 | 2980|1490 | 190 | 02 | 2390 | 990 | 190 | 02 | 2,390 | 1530
252 70 | 06 | 3180 | 1600| 70 | 07 | 2550 | 1050 | 70 | 07 | 2,550 | 1,530
(SUS304)

fEE250HBELF JC5015( 120 0.5 2,980 | 1,490 120 0.5 2,390 990 120 0.5 2,390 | 1,400
Stainless steel

Below 250HB 160 0.3 | 2980 | 1,490 [ 190 02 | 2,390 990 [ 190 0.2 | 2,390 | 1,400

JEANEH 70 0.4 1,400 350 70 0.5 1,100 255 70 05 1,110 420
(SKD61, SKD11)

fE40-50HRC Jc5015| 120 | 03 | 1,200 | 300 | 120 | 03 950 | 220 | 120 | 03 950 | 330
Hardened die steel

(1.2344,1.2379)
40-50HRC 160 - - - 190 - - - 190 - - -
(% F('%) 70 0.6 2,980 | 1,800 70 0.7 2,400 | 1,320 70 0.7 2,400 | 1,680

6@3300HBW‘7 Je5015| 120 | 05 | 2980 | 1,650 | 120 | 05 | 2400 | 1,320 | 120 | 05 | 2,400 | 1,580
rey & Nodular cast iron

(GG, GGG)

Below 300HB 160 | 03 | 2500 | 1,380 | 190 | 0.2 | 2,070 | 1,30 | 190 | 0.2 | 2,070 | 1,400
70 | 2.0 | 8000 4000| 70 | 2.0 | 6,400 3200| 70 | 2.0 | 6400 | 4,480
FILESILES
fE&50-110HB FZ15 | 120 | 15 | 8,000 | 3,600 | 120 | 15 | 6,400 | 3200 | 120 | 15 | 6,400 | 4,160
Aluminum alloy
50-110HB

160 1.0 | 6,700 | 3,000 [ 190 1.0 | 5,600 | 2,520 | 190 1.0 | 5,600 | 3,640

0 IRIVEHLESY, ap: ThAAFES, n: TEREEE, Vi EEE 2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed

m j Fv T 11E8JDA10fE B DR ELIHISRG
P Recommended cutting conditions for MIC and MSN
EJaS5—AYRMICHE(FvT10#2) + BE—E(TY15—~y REA—IVBEY +>27—I\) JDA-ZCGT 10... insert's type
TEfR (mm) Tool dia.

0 )+t FvT 16/18 20 20/22
Work materials & K%L No. of teeth 2N HE No. of teeth 2N T# No. of teeth 3N
Grades — 20 n Vi 2 ap n Vi 2 ap n v
(mm) (mm) (min?) | (mm/min)| (mm) (mm) (min”) | (mm/min)| (mm) (mm) (min”) | (mm/min)
FIL=—ILES 70 2.0 | 8,000 | 4,000 70 2.0 | 6,400 | 3,200 70 2.0 | 6,400 | 4,480
fEx50-110HB
AIuLminum alloy JDA10 | 120 15 | 8,000 | 3,600 | 120 15 | 6,400 | 3,200 | 120 1.5 | 6,400 | 4,160
50-T10HB 160 | 1.0 | 6,700 3,000 | 190 | 1.0 | 5600 | 2520 | 190 | 1.0 | 5600 | 3,640

0 IDRINVEHULES, ap: THAAFRE, n: TEREEE, Vi: X )EE 0 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

) 1. _EECOVIEISRAE MBI S KD — IR U THEELLIZE W, 2. YIEliEdeld1/2DcU FTERLIEE L,
3. UUCUNDRELUIZEE AR Z LEEMELV BELLTEE WV, HBVFEVEEZ TFTRALIEE L,
4. BUHIDZ S OIHEE S KORVIFEF EEEHBED70%ICFIFTIEE W, 212U, 051 50mmBl EDIZE . B HRERE Ao

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 @p or Feed speed.
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.



MOd U I al Heads FULL LINEUP

TYPE

BARFVIN\— E
Recommended cutting conditions for MIC and MSN
EJa5—AYFMICE(FvT13#) + BE—B(EY 15—~y REF—IVBEY +>07—I\) IPMT13

-

9a15—"\y

K {REVIHISRF

... insert's type

TE& (mm) Tooldi

a.

s Ml # 77 22 2527 20
g
Work materials Grades F# No. of teeth 2N X# No. of teeth 3N X# No. of teeth BN
g ap n Vi g ap n Vi g ap n Vi
(mm) (mm) (min“) | (mm/min)| (mm) (mm) (min) | (mm/min)| (mm) (mm) (min7) | (mm/min)
s 70 | 07 | 2600 | 1,300 | 90 | 1.0 | 2290 | 1,500 | 100 | 1.5 | 1,430 | 1,070
(850C, $55C)
fE250HBIUT
o siec] Jc5040| 120 | 05 | 2,600 | 1,300 | 140 | 06 | 2,290 | 1,500 | 150 | 1.0 | 1,430 | 1,070
(€50, C55)
Below 250HB 190 | 0.3 | 2200 | 1,100 | 210 | 0.3 | 1,900 | 1,230 | 210 | 04 | 1,430 | 860
TUN—REH 70 | 07 2320|1050 | 90 | 1.0 | 2,040 | 1,230 | 100 | 15 | 1,300 | 975
(HPM7, PX5, NAKSO, P20) [JC5040
E&30-43HRC | jo5015| 120 | 05 | 2320 | 1,050 | 140 | 0.6 | 2,040 | 1230 | 150 | 1.0 | 1,300 | 975
Mold steel (40HRCLLE)
(2817200 N B| 100 | 03 | 2000 990 | 210 | 03 | 1900 | 1140 | 210 | 04 | 1300 | 780
30-43HRC . ) . ) ) . )
TEH 70 | 07 | 23201050 | 90 | 1.0 | 2040 | 1,230 | 100 | 15 | 1,300 975
(SKD61, SKD11)
Eég?ﬂi‘jﬂ?ﬁ“ JC5040| 120 | 05 | 2,320 | 1,050 | 140 | 06 | 2,040 | 1,230 | 150 | 1.0 | 1,300 | 975
(1.2344,1.2379)
Below 255HB 190 | 03 | 2200 | 990 | 210 | 03 | 1,900 1,140 | 210 | 04 | 1,300 | 780
25YLSE 70 | 07 | 2320|1050 | 90 | 1.0 | 2,040 | 1,230 | 100 | 15 | 1,300 | 975
(SUS304)
FEE250HBLLT  |JC5015] 120 | 05 | 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 | 1,200 | 720
BEANSE 70 | 05 | 1010 255| 90 | 07 890 | 340 | 100 | 0.8 560 | 330
(SKD61, SKD11)
EIE340'50HRC Je5015| 120 | 03 870 | 220 | 140 | 04 765 | 265 | 150 | 05 480 | 280
ardened die steel
(1.2344,1.2379)
40-50HRC 190 - - - 210 - - - | 210 | 03 480 | 280
(ﬁ . fﬁ) 70 | 07 | 2200 | 1320 90 | 1.0 | 1,900 | 1,330 | 100 | 1.5 | 1,200 | 1,050
i BE300HBLIR | jo5015| 120 | 05 | 2,200 | 1,320 | 140 | 0.6 | 1,900 | 1250 | 150 | 1.0 | 1,200 | 1,050
rey & Nodular cast iron
(GG, GGG)
Below 300HB 190 | 03 | 1,880 | 1,130 | 210 | 03 | 1,600 | 1,040 | 210 | 04 | 1,000 | 900
_ 70 | 20 |5800 290 | 9 | 20 |57100 3570 | 100 | 3.0 | 3,200 2,800
FPILEI=ILES
<50-110HB Fz15 | 120 | 15 | 5800 2900 | 140 | 15 | 5100 | 3320 | 150 | 2.0 | 3,200 | 2,800
Aluminum alloy
50-110HB
190 | 1.0 | 5,000 | 2500 | 210 | 1.0 | 4300 2,800 | 210 | 15 | 2,700 | 2,400
0 IPRINRELRS, ap: YhAHRE, n: TERERE, Vi X)RE 2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed

W{ERALDESEIR

1) LEEDUIHISKASE. ERAIES KD —IBIEICHU THERELIZE WV,

2) UUWHREUIEE R VIAGRS Z LEEBIEXVBEUTLIZEV, HBNFEVEEZ FFTERLEEWN,
3) BUHIDBEF OEHEES KUEVEREE LEEHBO70%ICTIFTIZEWN, /22U, £05180mmil EDIBEFBUIEIIFHEELRE B Ao
4) tHleaeld 1/2Dc AT CERLIEE 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) 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 180mm.

4) Recommend to reduce the width of cut up to 1/2Dc.



Y4 RFvit— EYa1S5—Av R EELHIRG
TYPE

Recommended cutting conditions for MIC and MSN
EJa5—AyRFMICH(FvT16#2) + BE—B(TIY15—~Av RBA—IVBEY v 7—I\) ZPMT 16... insert's type

// DIJET

TER (mm) Tool dia.

5 Fw 25/ 27 32/35 30/32 40
% Hll #4 flets
Work materials Grades K# No. of teeth 2N K# No. of teeth 2N K# No. of teeth 3N X# No. of teeth 4N
v ap n Vi g ap n Vi g ap n Vi g ap n Vi
(mm) | (mm) | (min?) {((mm/min)[ (mm) | (mm) | (min?) |(mm/min)] (mm) | (mm) | (min) ((mm/min)[ (mm) | (mm) | (min-) |(mm/min)
R 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, S55C)
"’Eg"rgm‘?&t{? 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 R 90 | 1.0 [1,890| 850( 100 | 1.5 |[1,600| 720| 100 | 1.5 [1,600| 860| 100 | 1.5 [1,300| 780
(HPMT, PX5, NAKSO, P20) | JC5040
30-43HRC | j05015| 140 | 06 |1,890| 850| 150 | 1.0 |1,600| 720| 150 | 1.0 |1,600| 860| 150 | 1.0 |1,300| 780
ot et [ s
JC5015
30-43HRC boeornd| 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‘iégii';gu? 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
2FYLURE 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)
B 250HBLLIT|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)
oo o soog) [CB015 | 140 | 0.4 | 710| 210| 150 | 0.5 | 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
(% Fé% 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
Gre & Noduar eston | 2C5015| 140 | 0.6 11,770 1,060 150 | 1.0 1,500 900| 150 | 1.0 1,500 1,100f 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
PILSTILEE
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
50-110¢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
0 IRINRELRS, ap: YhAHRE, n: TEREERE, Vi X)RE 2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed

BERALOESEIR

1) LEEDUIEISRASE RIS KU D—IRIECHU TR ZE WV,

2) CUWUDRELE

a3 AR EZ LEEMBELIDERLTLIEE V. HBVIERVREZ TIFTERLIEEL,

3) BUEIDBE1F. IERES KOEVREF EEHMED70%BICTFTZE N, 22U, 2hY180mmEL EDIZE (. BUIHIIFHETRE B Ao
4) tHlEaeld 1/2Dc AT CERLIEE 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) In case of full slotting recommend to reduce the spindle speed n and feed speed V1 to 70% of above figures.
But do not recommend full slotting if overhung length is over 180mm.

4) Recommend to reduce the width of cut up to 1/2Dc.



MOdUIar Heads FULL LINEUP

A=I\—I Y RFyI\— EJa5—Av R EE{IHISG
TYPE Recommended cutting conditions for MEC and MSN
EJa5—"\YRFMECH; + HHE—#(EYV 15—y RRA—ILEBEY v+ I 7—I\)

TER (mm) Tool dia.
) 3;3‘%; 16 20/21 24 /25/26 30/32/33 35
Work materials Grades T No.ofteeth 2N | FE No. of teeth 2N T No.ofteeth 2N | X% No.ofteeth 2N | F#E No.of teeth 2N
O lap | n | Vi| 2 | ap Vil 2 | ap %; ap Vil 2 |ap | n | Wi
(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?ﬁﬁﬂm 70| 0.6 3580|2140 70| 0.7 12,860 1,430 90| 1.0 [2,290| 1150| 100 | 1.5 [1,790| 900|100 | 1.5 [1,640| 820
E?—g;ggn'*s?et%? JC5040( 120 | 0.5 |3180/1,590| 120 | 0.5 |2,860/1,430| 140 | 0.6 2,290 1150| 150 | 1.0 |1.790| 900|150 | 1.0 [1,640| 820

(€50, C55)

Below 250HB 160 | 0.3 [2,9801,490| 190 | 0.3 |2,4001,200{ 210 | 0.3 1,900/ 950| 210 | 0.6 11490/ 745|210 | 0.6 1,360 680
FUN—R5E 70| 0.6 |3180/1,590| 70| 0.7 2,550, 1150 90| 1.0 (2,040 920|100 | 1.5 [1,600| 720|100 | 1.5 1,460/ 660
(HPM7. X5 NAKS0, P20)| JC5040
B&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 1,600 720[ 150 | 1.0 1,460 660

o1 Bt [kt

JC5015
Soushre | @00l 160 | 0.3 [2,980/1,490[ 190 | 0.3 2400/1,080| 210 | 0.3 1900 860210 | 0.6 1490 670|210 | 0.6 [1,360| 610
TE58 70| 0.6 |3180/1,590| 70| 0.7 2,550, 1150 90| 1.0 2,040, 920|100 | 1.5 [1,600| 720|100 | 1.5 [1,460| 660
(SKD61, SKD11)
ﬁﬁ?—‘%?fs'jeguT JC5040( 120 | 0.5 |3180/1,590| 120 | 0.5 [2,550| 1150| 140 | 0.6 [2,040 920 150 | 1.0 [1,600| 720|150 | 1.0 1,460/ 660
1.2344,1.237
(Beslow‘255ﬁ39) 160 | 0.3 [2,9801,490| 190 | 0.3 |2,4001,080| 210 | 0.3 1,900/ 860| 210 | 0.6 1490 670|210 | 0.6 1,360 610
2FULRSH 70| 0.6 |3180/1,590| 90 | 0.7 2,550 1,150 90| 1.0 [2,040| 920|100 | 1.5 [1,600| 720|100 | 1.5 [1460| 660
(SUS304)
& 250HBILT|JC5015| 120 | 0.5 [2,980|1,490] 120 | 0.5 2,400/1,080| 140 | 0.6 1,900 860| 150 | 1.0 1490 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

15 A3 70| 0.4 |1400 350 70| 0.5 1110 280 90| 0.7 | 890, 270|100 | 0.8 | 700/ 210100 | 0.8 | 640| 190
ES—K&GJ ’SSOKHD |1q1 ():

FRe A0 bHMC 1Jc5015( 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

(% F('%) 70| 0.6 [2,980/1,800| 70| 0.7 2400 1,440 90| 1.0 |1,900| 1140|100 | 1.5 [1,500] 900|100 | 1.5 [1,360| 820
RE300HBLLIT
B & Noduarcatron| 2C5015 | 120 | 0.5 2.980/1650| 120 | 0.5 240011440 140 | 0.6 11,900 1140| 150 | 1.0 1500 900( 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 8,00014,0000 70| 2.0 640032000 90| 2.5 |51002,550| 100 | 3.0 4,000/2,000
FILS=YLES
BE&50-110HB | F715 | 120 1.5 [8,00013,600| 120 | 1.5 |6,400(3,200( 140 | 1.5 |5.100/2,550| 150 | 2.0 4,000(2,000

Aluminum alloy

50-T10HB 160 | 1.0 6,7003,000( 190 | 1.0 5600/2,520| 210 | 1.0 4300/2150| 210 | 1.5 3.350/1500
0 IRINRELRE, ap: YhAHRE, n: TERERE, Vi X)RE 2 : Overhung length, ap: Depth of cut, N : Spindle speed, Vi: Feed speed

W{ERALDFEEEIR

1) LEEDYIBISRASE BRAIES ST D —IBIMECRU THERBLIZE W,
2) VUWHRELBEE PAHRE Z LEEHIELNBELTREV, HDVIFEVREZTIFTERLZEL,
3) BUHIDBEE. OIRES S UEVRES EEHBO70%ICTIFTIRZE 0,
4) HERIVIEIRF OERIBEF3 LU TICTERLIEE 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) In case of full slotting recommend to reduce the spindle speed n and feed speed Vf to 70% of above figures.

4) In case of ramping, 3° is recommended.



// DIJET

winwhb 29|V mn = 1»FcF=E-3=0 Attention for profile milling
TYPE

SVEVZIII Ramping

L WEE 7 IVSZULEE| #E AT UM | #EnFIVEE (o .
‘“ TE® Aluminum alloy Stainless steel Titanium alloy Eij_c\_tUﬁaf
. (mm) | IR | ISEINERE | BOAES | BEEH | BAIAS) | EENE | 1o T
: Tooldia.| BEE(C*) | (mm) |AEEC) | (mm) |AEC) | (mm) | G
} Max. ramping angle |Total cutting length  Max. ramping angle | Total cutting length | Max. ramping angle | Total cutting length
®Dc 6° L 6° L 6° L ap
20 16 28 10 45 10 45 8
25 11 41 9 51 9 51 8
SRR 28 9 51 7 65 7 65 8
Tool cutting length ’ 32 7 65 6 76 6 76 8
L:ap/tane 35 6 76 6 76 6 76 8
40 5 91 5 91 5 91 8
BEALDFEEIR NOTE

1) SYEVI IR —AE) DED BB TID70%UTFICLTIZE L,
2) FIVER/ AT VUAHIF —HHD DEIE%20.05mmEITICL T RE L,
3) FIVER/ AT VUAMIFERIN T ZT T,

AUAIVINI Helical interpolation

1) In case of ramping, apply 70% or less feed per tooth from full slotting.

2)In case of titanium alloy & stainless steel, feed per tooth up to 0.05mm is
recommended.

3)In case of titanium alloy & stainless steel, recommended wet cutting.

@V —)UINAMEHTFE Calculation of tool pass dia.

¢Dh ¢Dh
¢dc = pDh—pDc
Y—)VINRIE VAGE 8z
L 'I'Joolléle:s\ggia. Boro dia. %ol .
O AN Max. bore dia.:
Ql ¢Dh={pDc—re (A—73R)—0.3 (EaH )} X2
SH ° | ® //\IIT#E Min. bore dia.:
HE 0 dDh={pDc—C (T /S—1F) +0.3 (E/R5)} X2
H o O — LD DYIAHES NEAYIAM RS Ap I L)
‘\ KIICLTLEE L,
re Depth of cut per one circuit should not exceed max. depth of cut ap.
CIL T — oY (ZDEEEABIFST DV HYNIED KD REEET
EIDICLTLIEE LY,
Down cutting is recommended, so tool pass rotation should be
counterclockwise.
TE&mm) )\ (mm) BATUE(mm) 188R24D D FTEIIIAHE (mm)
Tool dia. Min. bore dia. Max. bore dia. Helical interpolation depth / tool path rev.
f ZIL=ZOLMI ATFVURAMLI FYVML
¢Dc ®Dh min ®Dh max For aluminum alloy For stainless steel For titanium alloy
20 36.8 38.6 15 9 9
25 46.8 48.6 13 11 11
28 52.8 54.6 12 10 10
32 60.8 62.6 11 10 10
35 66.8 68.6 11 11 11
40 76.8 78.6 10 10 10
BEALDFEER

1) RPDFUITEEI—FROADZEETT ., ZOMDI—FROBZEF EEFER
[CRBEHLTLZE L,

2) NUAIVIITESIE —HE e DRV EZEN TR D70%UTICU TS L,

3) FIVER/ATVUVAMIE—HEDDEVEZ0.05mmITFICLTLIEE L,

4) FIVER/ATVUVAMIFERNTZIToTIZE L,

NOTE

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 & stainless steel, feed per tooth up to 0.05mm is
recommended.
4)In case of titanium alloy & stainless steel, recommended wet cutting.

RUUYIHI orilling

L
FwFI—FR (mm) BARRUUYIRE: Z (mm)
Insert corner radius Max. drilling depth
[

1 0 N re Z

o o Z R2.5L[F UptoR2.5 3

R3 /R3.2 2

(X) re

BERLEDFEEIE
1) RUUYITHSDSVEVTITIFMTHRVNTLEE W,
2) RUUZ I NI IR 5 e R E IR RDS0% U T TIIILTL 2
AR
3) RUUV I IIIESICIE GEFEULER VIV SHRUBBBE N HIEITDT. 22
[CIF T3 ERLTL RS 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.

@



MOdUIar Heads FULL LINEUP

I70O0FvIN— EVaS—Av R ERIEISEE

TYPE Recommended cutting conditions for MAL and MSN
EVa5—"YRFMALE + BHE—®(EYa153— v REA—IVEBEY v I 7—I\)
[1BDIXLVEEID] Shouldering

5 Wl 44 Fw S TE#Z (mm) Tool dia.
Work materials iz 20 gD 2
ElEE (mgm) (rﬁr’%) (r‘ran?w) (mrin*) (mn‘lfrfnin) (mm) (rﬁr%) (gr?l) (mrin‘) (mn\wfrfnin) (mgm) (rﬁr’r)l) (n‘?r%) (mrizl") (mﬂ%in)
75 | 10 | 4 [14,000 840 | 90 | 15 | 5 |12,000(4,800| 90 | 12 | 5.6 [11,000| 2,640
FPIVEZILES
55350'”%3 Fz05 | 125 | 3 | 4 114,000/ 700 | 140 | 8 | 5 |12,0002,400| 140 | 6 | 5.6 |11,000 1,320
uminum alloy
50-110HB
175 1 4 110,000 500 | 190 | 3 | 5 | 9,000 1,200 | 190 3 | 56 | 9000 900
Rl 60 | 4 | 4 |2400 240 | 60 | 7 | 5 | 1900 380| 90 | 4 | 56 | 1,700 340
FEE250HBLUT | JC5118
Stainless steel 90 2 4 11900 95| 90 4 5 | 1540 154 110 3 | 56 | 1350/ 135
Below 250HB
FYIVER 60 | 10 | 4 950, 57 | 60 | 15 | 5 764/ 153| 90 | 10 | 56 | 685 110
E&35-43HRC | 05115
Titanium allo
35—43HRCy 90 5 4 950, 38| 90| 8 | 5 764 92| 110 6 | 56 | 68 69
o Fw S TE& (mm) Tool dia.
Work materials iz 32 35 el
IR (mam) (rﬁr’%) (r‘ralr?w) (m,i-r’r‘) (mn\lfrfnin) (mgm) (gr%) (n‘?r?l) (m,i?r‘) (mrr\lfrfnin) (mp'm) (rﬁr’?l) (n?r%) (mrizl") (mn%in)
100 | 10 | 6.4 |9500|2,850| 100 | 10 7 19,000|4500| 100 | 12 8 |7,800 5,850
T o
£
Momnumaloy | FZ05 | 150 | 6 | 64 9,500 1520] 150 | 5 7 19,000]|2,700| 150 8 8 |7,800 3510
50-110HB
200 | 4 | 64 |8000| 800| 200 | 4 7 |7,200]1,152 | 200 5 8 |6,400 1,920
7}?@'3’073'@ 9 | 5 | 64 |1,500| 300|100 | 4 | 7 [1,2355| 270| 100 | 4 8 [1,200| 360
FEE250HBLUT |JC5118
Stainless steel 120 3 | 64 [1200] 120] 150 3 7 11,00 110| 150 2 8 950 | 143
Below 250HB
FYVER 9 | 10 | 64 | 600 120 100 | 10 7 545 109 | 100 | 12 8 480 | 144
BE&36-43HRC | 05115
Titanium allo
35.43HRcy 120 6 | 64 | 600| 96| 150 | 6 7 545| 76| 150 6 8 480 | 101

0 RHLRS, ap: hAAES, ae: FHINE, n: TERERE, Vi E)RE
2 : Overhung length, ap : Depth of cut, &e: Width of cut, N : Spindle speed, Vf: Feed speed

BfERALOXEEIR
1) LEEDUIEISRAE. BRAIES KT D —IBIMEICRU THERBLIZE W,

2) PGB RELUSZERF ABAHFREZ LEEHELBELLTLRZEV, HBWVIFEVREZ TIFTEREEL,
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.



// DIJET

MAL L T70F /%= EJa5—Av K SEVIRIFEH

TYPE Recommended cutting conditions for MAL and MSN
EVaA5—"NYRFMALRE + BHE—®(EY153— v REA—IVEBEY v I 7—I\)
[TEDIELVEHID] Shouldering

o Fw S TE (mm) Tool dia.
v | v 20 2 28
LS (mgm) (n‘?r%) (gr%) (m’i7n-1) (mn\lfrfnin) (mgm) (gr‘r)l) (rﬁr%) (mrizl") (mrr\lfrfnin) (mp'm) (nqr’%) (r‘ralr%) (mrizr‘) (mn‘lfrfnin)
75 | 4 14 14,0001 1,120 90 | 8 | 18 [12,000/4,800| 90 | 7 | 20 |11,000| 2,640
T o
50
Mommomaloy | 205 | 125 | 2 14 14,0000 700| 140 | 5 | 18 [12,000/2,400| 140 | 4 | 20 |11,000| 1,540
50-110HB
175 | 05 | 14 |10,000/ 500| 190 | 2 | 18 | 9,000/ 1,200 190 | 2 | 20 | 9,000/ 900
ﬁg@gﬁfm 60 | 2 14 | 2,400/ 240| 60 | 3 | 18 | 1,900 380| 90 | 2 | 20 | 1,700| 272
B 250HBLIT |JC5118
Stainless steel 90 | 1 14 11900 95| 90 | 2 | 18 | 1,540/ 154| 110 | 1 20 | 1,350, 108
Below 250HB
FYIER 60 | 6 14 950, 76| 60 | 10 | 18 764/ 122 90 | 7 | 20 685 110
B&35-43HRC | 05118
Titanium alloy
35-43HRC 9 | 3 14 950, 48| 90 | 6 | 18 764 76| 110 | 3 | 20 685 69
- Fw S TE (mm) Tool dia.
MEM | he 32 3 M

Work materials

Grades | £ | @R | @S | (i (i) i | @Ry [ @S | (i) R I I = L (i)
100 7 22 19,500 2,850( 100 8 25 19,000 |3,600( 100 8 28 17,800 | 5,850
T
50-
Aluminum alloy Fz05 | 150 4 22 19,500 1,520 150 5 25 19,000|1,800( 150 6 28 17,800 | 2,800
50-110HB
200 2 22 18,000 800 200 3 25 | 7,200 1,000 | 200 4 28 6,400 | 1,500
7\(78—58[3/0%)% 90 3 22 11,500 240 100 2 25 (1,355 217| 100 2 28 [1,200| 288
BES250HBLT [JC5118
Stainless steel 120 | 1 22 [1200| 120| 150 | 1 25 |1,100| 110| 150 | 1 28 | 950 114
Below 250HB
FYVEE 90 7 22 600 96| 100 8 25 545 87| 100 8 28 480 | 115
g 35-43HRC JC5118
Titanium alloy
35-43HRC 120 3 22 600 60| 150 4 25 545 551 150 3 28 480 72

0 RHELRE, ap: UhAARE, ge: tIHIE, n: TERERE, Vi:R)RE
2 : Overhung length, ap : Depth of cut, &e : Width of cut, N : Spindle speed, Vf: Feed speed

WiER EDFEEIE
1) LEEDYIRIRME AL S KD —IBIMEICRU THEBLZE N,

2) CUUHREUSZEF ABAHFREZ LEEHMELVBELLTLIREN, HBVIFEVREZ T IFTERLEE 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 Feed speed.



MOdUIar Heads FULL LINEUP

I70O0FvIN— EVaS—Av R ERIEISEE

TYPE Recommended cutting conditions for MAL and MSN
EVa5—"NYRFMALE + HE—®(EYa15— v REA—IVEBEY v I 7—I\)
(i@40#l] Slotting

5 Wl 44 Fw S TE#% (mm) Tool dia.
Work materials iz A 4 =
Grades | £ | @R | iy | oo | o2 | Ry | ey | | oo | Ry | ey | mning
75 2.5 14,000 | 2,100 90 8 12,000 | 4,800 90 6 11,000 | 4,400
FPIVEZILES
55350'”0% Fz05 | 125 | 1 14,000 | 980 | 140 6 | 12,000 | 2,400 | 140 3| 11,000 | 2,200
uminum alloy
50-110HB
175 05 10,000 500 190 2 9,000 | 1,200 190 2 9,000 900
AT VUASH
(SUS304) 60 2 2,400 240 60 2 1,900 380 90 2 1,700 272
fEE250HBLLT |JC5118
Stainless steel
Below 250HB 90 1 1,900 95 90 1 1,540 154 110 1 1,350 108
FEIIEE 60 6 800 64 60 8 640 102 90 6 570 91
fEx35-43HRC JC5118
Titanium allo
35-43HRC ! 90 3 800 40 90 4 640 77 120 3 570 68
o Fw S TEfE (mm) Tool dia.
Work materials i i i el
Grades | £ | @R | iy || o2 | Ry | ey | i | oo | Ry | ey | mning
100 6 9,500 | 3,800 100 6 9,000 | 3,600 100 8 7,800 | 4,680
T s
*50-
Aluminum alloy FZ05 150 3 9,500 | 1,900 150 4 9,000 | 1,800 150 5 7,800 | 3,510
50-110HB
200 2 8,000 | 1,280 200 2 7,200 1,150 200 3 6,400 | 1,920
AT UASE
Bty 9 | 2 | 1500 240 | 100 | 2 | 1385 | 217 | 100 | 2 | 1,200 | 288
fEE250HBLLT |JC5118
Stainless steel
Below 250HB 120 1 1,200 120 120 1 1,100 110 150 1 950 114
FHYEE 90 8 500 80 100 8 450 72 100 8 400 96
fEx35-43HRC JC5118
Titanium allo
35-43HRC g 120 4 500 60 120 4 450 54 150 4 400 72

0:RELRZ, ap: VhAAFEE, n: TERERE, Vi EIRE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

BfERALOXEEIR
1) LEEDUIEISRAE. BRAIES KT D —IBIMEICRU THERBLIZE WV,

2) CUCUDRELUHZEIRF ABAFREZ LEEHELVBELLTLRZEV, HBWVIFEVREZ TIFTERIEEL,
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.



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 # : e SAME | BAlE

. fEAFy 7 (E@FYT Cutting 10 12 16 DA | mAIE

Work materials BNM#z |BNM-S/-TGr;|  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)

139°0 % (160-260HB) Jso0s | 750 | 24,000 | 9,600 | 20,000 | 10,000 | 15,000 | 10,000 | 01-0.3 | 0.020c
Gray castiron (JC6102)
5954V (170-300HB) P02

e Josoos | 600 | 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7000 [ 01-03 | 0.02Dc

R3RHH (180-280HB)
Carbon steel

{K& <4 (180-280HB)
Low alloy steel

TI%'EJ.“BO'Z%HB) Jc8008 | 600 | 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 041-0.2 | 0.0150¢
ool & die steel

BEATSH (40-55HRC) DH102

G (oeton | 450 | 14500 | 4300 | 12,000 | 4800 | 9,000 | 4500 | 01-02 | 0.0150c

WEANSE (56-63HRC) DH102 _
Hardened die steel 88388}‘;3 300 9,500 | 2,800 | 8,000 3,200 | 6,000 3,000 | 0.05-0.1 | 0.0150¢c

25> L 24 (150-250H8) _
Fahetion Jc8oos | 500 | 16,000 | 6,000 | 13,500 | 6,000 | 10,000 | 6,000 | 01-0.2 | 0.015Dc
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=E5 (30-100HB) Fz05 800
Aluminum alloy

JC8008 600 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 0.1-0.3 | 0.020c

JC8008 600 19,000 | 7,000 | 16,000 | 7,000 | 12,000 | 7,000 | 0.1-0.2 | 0.0150c

JC8003

25,000 | 12,500 | 21,000 | 12,600 | 16,000 | 11,200 | 0.1-0.5 | 0.02Dc

Fw T IE Grades|yryus TEE (mm) Tool dia. Ad | Evs
19 M) 4 HULeE = =

: ERFYT|ERFYT| Cutting 20 25 30/32 BAfE | &KIE
Work materials BNM#z |BNM-S/-TGR;|  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)

TR (160-260H0) Josoos | 750 | 12,000 | 9,000 | 9,600 | 8,000 | 8,000 | 8,000 | 01-0.3 | 0.020c

ray castiron (JC6102)
52054 Vg% (170-300HB) DH102

e Josos | 600 | 9,600 6700 | 7700 | 6,000 | 6,500 | 6,000 | 01-03 | 0.020c

5348 (180-280HB) _
e JC8008 | 600 | 9,600 | 6700 | 7700 | 6,000 | 6,500 | 6,000 | 01-0.3 | 0.020c

{K& <4 (180-280HB)
Low alloy steel

T 54 (180-255HB) -
Tool & die stesl JC8008 600 9,600 | 6,700 | 7,700 A 6,000 | 6,500 | 6,000 | 0.1-0.2 | 0.0150c

AR (40-55HRC) DH102

AL (oeton | 450 | 7200 | 3600 | 5750 | 3450 | 4800 | 3360 | 01-02 | 0.0150c

JC8008 600 9,600 | 6,700 | 7,700 | 6,000 | 6,500 | 6,000 | 0.1-0.2 | 0.0150c

JC8003

BEANER (56-63HRC) DH102 -
Hardened die steel 883883 300 4,800 | 2,400 | 3,850 | 2,300 | 3,200 | 2,200 | 0.05-0.1 | 0.0150¢
25§ (150-250HB) _

Stainless steel JC8008 500 8,000 | 4,800 | 6,400 | 4,500 | 5,300 | 4,200 | 0.1-0.2 | 0.0150c
$AES (80-150HB) _

Copper alloy 1620003 600 9,600 | 7,600 | 7,700 | 6,200 | 6,500 | 6,500 | 0.1-0.3 | 0.020c

KT9
== "
Z)L=5&% (30-100HB) FZ05 800

Aluminum alloy

12,700 | 10,000 | 10,200 | 8,200 | 8,500 | 8,500 | 0.1-0.5 | 0.02Dc

n: TEE#E&RE, Vi:#)EE  nN: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
' ; [ 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-g
RS MLUITERSER) (See table) 32 6.0 )




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 REF T |@EFy 7| Cutting 10 12 16 RAME | BAME
Work materials BNMpz [BNM-S/TG;|  speed 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)
= DH102
"Gg'g“"’*%:ﬁ* (160-260HB) Jc8008 | 450 | 14,500 | 4,400 | 12,000 | 4,800 | 9,000 | 4,500 | 0.020c | 0.0250¢
ray castiron (JC6102)
59454 )Lk (170-300HB) P02
) Josoos | 350 | 11,000 | 3,300 | 9,200 | 3700 | 7000 | 3500 | 0.020c | 0.025Dc
gfﬁsﬂﬁ?‘m”m JC8008 | 350 | 11,000 | 3,300 | 9,200 | 3,700 | 7,000 | 3,500 | 0.020c | 0.020c
ﬁ;ﬁﬂgg‘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
1B ANSH (40-55HRC) DH102
e Goetoxs | 250 | 8,000 | 2,000 | 6700 | 2,000 | 5000 | 2000 | 0.015Dc | 0.020c
#E A8 (56-63HRC) DH102
i e Lo-bat woetoa) | 200 | 6,400 | 1300 | 5300 | 1500 | 4000 | 1400 |0010c | 0020c
é;@:;ﬁfﬁ [RU2ERE) JC8008 | 300 | 9,600 | 3,000 | 8,000 | 3,200 | 6,000 3,000 | 0.020c | 0.020¢
S (80-150HB) 350 | 11,000 | 3,800 | 9,200 | 4,000 | 7000 | 3,850 | 0.020c | 0.0250c
Copper alloy JC20003
FIL=E KT8 1 k205
H dlr/nﬁu':'m aHgSyO'w“”B) 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 EREFyIERAFvT| Cuting 20 25 30/32 | BAME | BAfE
Work materials BNM#z |BNM-S/-TGr;|  speed n Vi n Vi n Vi |Max.Depth | Max.Pick
&5-sFvA)| Ve(m/min) | miny | mm/min) | (mint) | mm/min) | (mint) | (mm/min) | @p(mm) | de(mm)
12533 (160-260H0) JCB00s | 450 | 7,200 | 4300 | 6,000 | 4,000 | 5000 @ 4000 | 0.020c | 0.0250c
ray castiron (JC6102)
5254 )ViEek (170-300HB) DH102
i Josoos | 350 | 5,600 | 3,000 | 4500 | 2700 | 4,000 | 2,800 | 0.020c | 0.025Dc
gfﬁf;&?'m”m Jc8008 | 350 | 5,600 | 3,000 | 4500 | 2,700 | 4,000 | 2,800 | 0.020c | 0.020¢
LAt Jcs00s | 350 | 5600 | 3,000 | 4,500 | 2,700 | 4,000 | 2,800 | 0.020c | 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¢
1 ANSH (40-55HRC) DH102
Hidord S (oetox | 250 | 4,000 | 1800 | 3200 | 1,600 | 2700 | 1400 | 0.015Dc | 0.020c
BEANSE (56-63HRC) DH102
T (5663 Goetoa) | 200 | 3,200 | 1,300 | 2600 | 1,300 | 2,000 | 1000 | 0.010c | 0.020c
Sf;@;ﬁfﬂ (RI0= 0l ) JC8008 | 300 | 4,800 | 2,400 | 3,850 | 2100 | 3,200 | 2,000 | 0.020c | 0.020¢
SAEZ (80-150HB)
B alloy Jeoones| 350 | 5600 | 3400 | 4500 | 3150 | 4000 | 3,200 | 0.020c | 0.0250c
=TT KT9 | 205
;\Idr‘ﬁ% a”gs;o-onB) 500 | 8,000 | 5,600 | 6,400 | 4,500 | 5,300 | 4,800 | 0.030c | 0.03Dc
n: TEM#xEE, ViXYEE ~ N: Spindle speed, Vi: Feed speed
( o sz q P TER (mm) | #EEHEST LY
*?W?HYNUH%U);IE *Attentlon tO mOuntl"g msert Dimensions Recommended Torque
1. RV F v TEEDER. 1. Clean the insert seat carefully. @ Dc N-m
2.7 DRR. (BRI RO BECE) 2 Qunte sl o et or S ’
3. ’g%wﬁgb“')_%‘r‘“{ hl&%?(sgﬁ;b(( T‘f?‘\—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 20
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\)

TEE Dc (mm) Tool dia. o
N \y
- Y s L A =
5 Ml M 9;;*; EDE f(mm/rev) feed tg;?tﬁf SAfE
Work materials Grades [EIE5®E N (min) Spindle speed ap(mm) i\aﬂ:z(rﬁrlﬁl;
16 20 25 30
RTHEHK
(FC250, FC300)
BE<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
o514 )iEEk
(FCD600, FCD700)
& 170-300HB 0.3-0.4-0.5 0.4-0.5-06 | 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
FwIiEJBN245EHIFOEEDHISREG CEEMTEA FUEIHEERETTIT
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:
+ BHE—B(EY 15—~y REF—IVEBEY v 0 7—I\)
TEE Dc (mm) Tool dia. G
. W
oy W .. = A =
] M 9;7}{1;’ EXDE f(mm/rev) feed tjlgeLpt? Hiﬂl_g
Work materials Grades BISR&EE 0 (min?) Spindle speed ap(mm) g:(xrr?;ﬁl;
16 20 25 30
RTH K
(FC250, FC300)
8<160-260HB 0.5 0.6 0.65 07 0.1-0.15 |  Dc/40
Gray cast iron
(GG25, GG30)
160-260HB
= JBN245
o541 iEEk
(FCDB00, FCD700)
@170-300HB 0.4 0.5 0.55 0.6 0.1-015 | Dc/40
Nodular cast iron
(6GG60, GGG70)
170-300HB
6,000-10,000
(ERZRIFEEREE CERALES L, Please work with max. spindle speed.)
WERLDFEEIE

1) SR CTOYVHEIZHELE T, ERHSR0EZHERVESE ERINTHETOYEIRGZERICTERLEE L,
2) NSYRADBNIRILS EBES v I Dy MERZEHRELRT .

3) SAMIIOFERICKY NTHDREEN ESICHETERT,

4) TEBRIFZAFIICHRSBEVKSIC, FOT S LAZERLEE L,

5) PUZEBFITBAHNIZ I BHEE X ZTIFTTERALIEE L,

6) BWRDNSDERF FRICAESHELFIDT, CEBRIFE—(CRMITZEH T TS L,

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

SS5—-5YFR EV1S5—Av K EEPEIREG

TYPE H.S.C. recommended cutting conditions for MBN / MRN-H and MSN with RNM insert
=5=5YFPAFvT RNMEZ+EI 15=—AvY FMRNA/MRBN-HFR? + BE—#(EY 15—~y RBA—IVEBEY v/ 7—I\)
TER&R (mm) Tool dia.

FvT| GIHIRE

1 Bl 44 . 10 12/13 16 /17
Work materials #418 | Cutting speed |— - L [Vimm/min) | n(min) | VEmm/min | n(minY) | VE(mm/min)
Grades | Ve (m/min) - s ,
YIAHRANE & EvwIiK{E(Mm) Max.D.0.C. & Max. Pick
égg“ayﬁ._ﬁ; (160-260HB) 108003 500 16,000 | 6400 [ 13500 [ 6100 [ 10,000 | 5,000
ray cast iron Max. dp=0.3, Max. de=0.1xDc
5554 )L (170-300HB) | 0000 400 12700 | 4400 [ 10600 [ 3700 [ 8000 | 3,200
Nodular cast iron Max. dp=0.3, Max. de=0.1xDc
,C)—ﬁoﬁnm S(t1ese(l>-2aons) 108003 400 12700 | 4,400 . | 10600 | 3700 | 8000 | 3,200
ax. dp=0.3, Max. de=0.1xDc
{E&£48 (180-280HB) J— 350 11,000 | 3500 | 9200 | 2900 | 7000 | 2,660
Low alloy steel Max. dp=0.3, Max. de=0.1xDc
U\~ 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) T6E0IE 350 11,000 | 3100 [ 9200 [ 2600 [ 7000 | 2300
ool & die steel Max. dp=0.25, Max. de=0.1xDc
R ATUER (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) | o000 350 11,000 | 2500 | 9200 | 2100 [ 7000 | 1750
Stainless steel Max. dp=0.25, Max. de=0.1xDc
F&VAEA VIR (30-40HR0)| 05003 90 2900 | 700 | 2400 [ 600 | 1,790 [ 450
Inconel, Titanium alloy Max. dp=0.2, Max. de=0.05x0c
$3E S (80-150HB) JC8003 350 11,000 [ 4400 [ 9200 [ 3700 [ 7000 | 3500
Copper alloy KT9 Max. dp=0.3, Max. de=0.1xDc
7IL=A% (30-100HB) JC8003 600 19000 | 7600 | 16000 | 6400 [ 12,000 [ 6,000
Aluminum alloy KT9 Max. dp=0.4, Max. de=0.1xDc
G574~ JC8003 600 19000 | 7600 | 16000 | 6400 | 12,000 | 6,000
Graphite JC10000 Max. dp=0.4, Max. de=0.1xDc

TER (mm) Tool dia.
FuT| MR = i) v e

# H + 58 | Gutting spaed 20/21 2526 30/32

Work materials Grades | Ve (m/min) n(mint) | Vt(mms/min) no(min;) | V' (mm/min) n (min") | V' (mm/min)
HAHRAE & EvwIiRA{E(MmM) Max. D.0.C. & Max. Pick

1R % (160-260HB) 18003 500 8000 | 4000 | 6400 [ 3200 [ 5300 | 2650
Gray cast iron Max. dp=0.3, Max. de=0.1xDc
555 )Lk (170-300HB) | o0 400 6400 | 2560 | 5100 | 2040 | 4200 | 1700
Nodular cast iron Max. dp=0.3, Max. de=0.1xDc
gfg@ S(t1e%(|)-280HB) 108003 400 6,400 | 2,560 Mal)(. ap5='10939, Ma; 382:,8;1200 | 4200 | 1700
K& E8 (180-280HB) 6608 350 5600 | 2130 | 4500 | 1710 | 3700 | 1,400
Low alloy steel Max. dp=0.3, Max. de=0.1xDc
TU)\—R>/§8 (280-400HB) | ~a005 350 5600 | 1850 | 4500 | 1490 | 3700 | 1,220
Mold Steel Max. dp=0.3, Max. de=0.1xDc
T E88 (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
16 AT#8 (56-63HRC) 168003 100 1590 | 320 | 1270 | 250 | 1,060 | 210
Hardened die steel Max. dp=0.15, Max. de=0.02xDc
27U (150-250HB) | jog00a 350 5600 | 1400 | 4500 | 1130 | 3700 | 925
Stainless steel Max. dp=0.25, Max. de=0.1x0c
F52 8% A VIR G0-40HR0)| | 5g00 a0 1430 [ 360 [ 1150 | 290 | 955 [ 240
Inconel, Titanium alloy Max. dp=0.2, Max. de=0.05xDc
$E S (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: TEMEEERE, VexWRE N Spindle speed, Vi: Feed speed

@ ( 129R—ID * F v TRUFIFEFD;ES ZTSERZE).  Please see page 129 for Attention to mounting insert. )




MRNLS5-5Y

PR EJaS5—v R FEVHISE

// DIJET

TYPE Recommended cutting conditions for MRN / MRN-H and MSN with RNM insert

=5—=35YFPAFvT RNMAZ+EY 15—~y FMBNAZ/MRN-HA? + EE—#(EJ 15—~y REF—ILiEBE v I 7—I\)

FuT| tuEE TERR (mm) Tool dia.
i Ml 4 4178 | Cuting speed 10 12/13 16/17
Work materials Grades | Ve (m/min) n(min') [ Vfmm/min)| n(min?) | Vfmmmin)| nmint) [ VF(mm/min)
YhHAHFEBRKE & EvIRABE(Mm) Max.D.0.C. & Max. Pick
T H L (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
5444 )L gk (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&S48 (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 E$8 (180-255HB) JC8003 250 8,000 [ 2,200 6,700 [ 1,900 5000 | 1,650
Tool & die steel JC8015 0.3 0.3 0‘.4
BEANSE (40-55HRC) 4300 | 1,000 3600 | 800 2,700 675
Hardened die steel JC8003 135 0.3 0.3 0.3
BEANSE (56-63HRC) 2400 [ 500 2,000 | 400 1,500 | 300
Hardened die steel LR i 0.15 0.15 0.18
A7V UA$M (150-250HB) | JC8003 250 8,000 [ 1,800 6,700 [ 1,500 5000 | 1250
Stainless steel JC8015 0.3 0.3 0.4
FHUEE- 1RV (30-40HRC)| JC8003 55 1,700 [ 400 1,500 | 300 1000 | 275
Inconel, Titanium alloy JC8015 0.25 0.25 0.25
$AE S (80-150HB) JC8003 250 8,000 | 3,200 6,700 | 2,700 5000 | 2,500
Copper alloy KT9 0.3 0.4 0.5
7IL=EA% (30-100HB) JC8003 250 11,000 [ 4,400 9200 [ 3700 7000 [ 3500
Aluminum alloy KT9 0.5 0.6 0.8
IS T4~ JC8003 350 11,000 | 4,400 9,200 | 3,700 7000 | 3,500
Graphite JC10000 0.5 0.6 0.8
TE&R (mm) Tool dia.
" w t '| ‘§
2 Ml 4 iﬁg Cﬁﬂﬁljg’;ﬁd 20/ 21 25/26 30/32
Work materials Grades | Ve (m/min) nmin’) [ Vimm/min) [ nmin) [ Vimm/min)[ nmin) | Vmm/min)
iAHERKE & EvIsKE(Mm) Max. D.0.C. & Max. Pick
1R FHEk (160-260HB) JCB003 300 4800 | 2,400 3,800 | 1,900 3180 | 1590
Gray cast iron 0.7 0.‘8 1.‘0
5444 )% (170-300HB) 4000 [ 1,600 3,200 1,280 2,650 1,060
Nodular cast iron JC8003 250 0.5 0.6 0.8
%38 (180-280HB) JC8003 250 4000 [ 1,600 3200 | 1,280 2,650 | 1,060
Carbon steel JC8015 0.5 0.6 0.8
K& £8 (180-280HB) JC8003 250 4000 [ 1,520 3200 [ 1,210 2,650 | 1,000
Low alloy steel JC8015 0.5 0.6 0.8
ZUJ\—R>/$f (280-400HB) | JC8003 250 4000 | 1,320 3200 | 1,060 2650 | 880
Mold Steel JC8015 0.5 0.6 0.8
T E4 (180-255HB) JC8003 250 4000 | 1,320 3200 [ 1,060 2,650 | 880
Tool & die steel JC8015 0.5 0.6 0.8
18 AN (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 JC8003 8 0.2 0.25 0.3
257U R$M (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
55T74 JC8003 350 5600 | 2,800 4500 [ 2,250 3700 | 1,850
Graphite JC10000 1.0 1.2 1.6
n: TE@EEE, WEEWRE N Spindle speed, Vi Feed speed
( 129R—ID * F v ITRUFIFEFD;ERS ZTSERZE ). Please see page 129 for Attention to mounting insert. ) @




MOdUIar Heads FULL LINEUP

XEAFYTIDI—FROXREEICKD EDREVIZEFOCVHAHFRSApZ TIF TLIEEV(TRIAHLELERSER),
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.
1 Hl 41 i ®10xR2/ $11xR2 ®12xR2 / p13xR2
Work materials | =\ 0 Qe ap n Vi g Qe 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
TU\— R4 50 4.2 0.40 5,700 5,700 60 5.6 0.40 4,700 4,700
(HPM7, PX5, NAK80, P20)
Eﬁ?&ﬁﬂm Jcgo15| 75 4.2 0.25 5,700 5,700 80 5.6 0.25 4,700 4,700
(1.2311, P20)
s 100 4.2 0.20 5,700 5,700 110 5.6 0.20 4,700 4,700
TE 50 4.2 0.40 5,700 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)
Boiow 255HB 100 4.2 0.20 5,700 5,700 110 5.6 0.20 4,700 4,700
z;‘(—yu)zﬁm 50 4.2 0.40 5,400 | 5,400 60 5.6 0.40 4,500 | 4,500
SUS304
fEE250HBIT | JC8015| 75 4.2 0.25 5400 | 5,400 80 5.6 0.25 4,500 | 4,500
Stainless steel
Below 250HB 100 4.2 0.20 5400 | 5,400 110 5.6 0.20 4,500 | 4,500
KA 50 4.2 0.20 4,700 4,700 60 5.6 0.20 4,000 | 4,000
(SKD61, DAC, DHA)
5340-50%0 Jc8o15| 75 4.2 0.15 4,700 4,700 80 5.6 0.15 4,000 | 4,000
(9o 1 579y
“2050HRG 100 4.2 0.10 4,700 4,700 110 5.6 0.10 4,000 | 4,000
fﬁ Fc'% 50 4.2 0.40 5,100 5,100 60 5.6 0.40 4200 | 4,200
6 BE300HBUT | 08015 75 4.2 0.25 5,100 5,100 80 5.6 0.25 4,200 | 4,200
rey &(I(\l;%dlg%r G?)alst iron
Below 300HB 100 4.2 0.20 5,100 5,100 110 5.6 0.20 4200 | 4,200
I—FREVICBITS , X 0. R0.5 ap X 0.60
tﬂsiga}ttx J—FR | RO dp X 060 A=FR [ Ri ap X 0.70
Depth of cut adjustment Cogner R1 dp X 0.70 Co(;ner R1.5 dp X 0.85
by corner radius radius R2 a X 1.0 ragius RD X 1.0
aa%ﬁﬁ& HOEDREVIET T, LEMABHEDED SIABREapE FIFTIREE . oo t0 b e o e ey s -\ 1201 recommend o reduce
2: TVRINREURY, ge: EvT774—K, ap: hAHKRS, N: TEREERE, Vi: %£V)EE  0: Overhung length, de: Pick feed, ap: Depth of cut, N: Spindle speed, Vi: Feed speed
BMERALOIESIE

1) LECDIHISRAE BB S KD — TR U TRELSZE WL,

2) UUWDREUBEE VHAFRSZ EEMBELNHELLTRE W, HBNEHEVEREZ T IFTREALEEL, -

) MBHTRDIBEE FTVPAHFREZZILTLREE WV, RICNBKRU VIZTIFTERLIEE L,

4) I7 =7 O— (KUK TREDBZITOTRE W FICIIEMCTODF v ET AL TR IV TRIRTER
<IEEL, !

5) D —J DEES50—-55HRCDIB G &, LECEIRISKM (AN D ap, N, ViZ30% T FTREALEE L,

6) EEN UBRHEEEF. EE FFTIILEE N, 5
7)MERETHIBOERIAEIF2° 30 A TFICTTERLIEE L, (ERSHR) a
8 ERILIE. AUAIVIITEFE ) EE Z_EECVIRISRERD70% U T TITULTLIZE W, :\’1’
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.
5) In case of 50-55HRC, recommend to reduce 30% above ap, N, Vt. (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.
4 N
o - fl s 11 = 3 =
*F v TRHIEDEE *Attention to mounting insert s
1. IRV F v TREDER,. 1. Clean the insert seat carefully. ¢ Dc N-m
2. FwIDiER. (EICELER. Bt FTRDENE=ET &) 2. Clean the insert, especially hole and location face. 10 1.2
3. EEOHULWVU— )L MNERDICITHEL T EE L, 3. Change the clamp screw when the screw gets worn out. 12 g-g
4 D)L EEH T TN S CEELTLEE L, 4. Ro not tightened the clamp screw too hard. 20 20
S N ecommend to use Torque control wrenches.
MLSIY hO-bL Y F OEREERVELET . See the right table for recommended tightening torque 2 5.0

- J




// DIJET

XEAFYIDI—FROKREEICKD EDREVIZFOCVAHRSApZ TIF CTLEETV(FRIUNAHLELERSE),
Recommend to reduce the depth of cut ap and keep Feed speed Vf by corner radius. (see the below table)

=5—-S5YFA EVaS—AvK EEDYIEIEG
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\)

TE® (mm) Tool dia.
T SEY )
it : iz ®16xR3 / p17xR3 $20%xR3 / $p22%R3
Work materials Grades 0 ae ap n Vi ) 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
WC200HBELT 18015 | 120 7.0 0.40 3,800 | 3,800 150 9.8 0.40 3,000 | 3,000
(€50, C55)
Bolow 250HB 160 7.0 030 | 3,800 | 3,800 200 9.8 0.30 | 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, NAK80, P20)
Eﬁﬂ%?&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
TEH 80 7.0 0.60 3,500 3,500 100 9.8 0.60 2,800 2,800
(SKD61, SKD]1)
ﬁﬁ‘iégmgw Jcso15 | 120 7.0 0.40 3,500 | 3,500 150 9.8 0.40 2,800 | 2,800
(1.2344, 1.2379)
Helou 25518 160 7.0 030 | 3,500 | 3,500 200 9.8 030 | 2,800 | 2,800
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)
5340'50"":‘0 JC8015 120 7.0 0.25 3,000 3,000 150 9.8 0.25 2,400 2,400
(9344 1 5379)
“A050HRG 160 7.0 0.20 3,000 | 3,000 200 9.8 0.20 2,400 | 2,400
-(% Fc% 80 7.0 0.60 3,200 3,200 100 9.8 0.60 2,500 2,500
6 BE300HBUT | jego15 | 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 R1 dp X 0.50 R1 ap X 0.50
tA# LR T2 R [ Ri5 ap X 0.60 =l T ap X 0.60
Depth of cut adjustment rgéinuesr R2 ap X 0.75 r:éinuesr R2 ap X 0.75
by corner radius R3 ap X 1.0 R3 ap X 1.0
%%é!ﬁ%ﬂ D BEVIET 0T LERIAGHEDED SIABREA0E T TXEE L (1 e o a0 koo oo soetd Ui fecommend o reduce
9: IDRINRHEURY, @e: Ev77¢4—K, ap: IHAHKRE, N: TEREERE, Vi: %£V)EE  0: Overhung length, de: Pick feed, ap: Depth of cut, N: Spindle speed, Vi: Feed speed
WERLDFEEIE

1) LECDIHISRAFE BB S LD — IR U TREELSZE WL,

2) UUUDREUBEE VHAFRSZ EEMBELNHELULTREE W, HBNEHEVEREZ T IFTEALEE L, -

3 MBNHTRDIBEF FTUPAHFREZZLTLEEV, RICNBKU VIZTIFTERLIEEL,

4) I7 =7 O— (LK THREDBZITOTRE W FITIIEMCTODFvET I TR IV TRR(TER
<EEEL, !

5) D=0 DEES50—-55HRCDIB G (&, LECEIRISKH (AN D ap, n, ViZ30% T FTEALEE L,

6) BN UBREEF. X E FFTILIL S, 5
7)MEREIHIBOERIAEIF2° 30 U TFICTTERLIEE L, (ERSHR) a
) MERILIEN. AUAIVII T FE ) EE Z_EECVIRISRERD70% U T TIIULTLZE 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.
5) In case of 50-55HRC, recommend to reduce 30% above ap, N, Vt. (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.
4 N\
0! -, - - = 2 J (v
*F v TRHIEDEE *Attention to mounting insert D e | B o
1. KLY F v TEDER. 1. Clean the insert seat carefully. ¢Dc N-m
2. FwIDiER. EICELER. Bt IFTRDENEET &) 2. Clean the insert, especially hole and location face. 10 1.2
3. EEOHLVU— IV MNERDICIHEL T EE L, 3. Change the clamp screw when the screw gets worn out. ]g g-g
)t . = |— == o 4. Do not tightened the clamp screw too hard. :
4. U=V MERHT EBENRSICERLTIES Ve T p e e 20 4.0
~ ~ use Torque control wrenches.
MLSIY hO-b LY F OEREERVELET . See the right table for recommended tightening torque. & 5.0

- J




MOdUIar Heads FULL LINEUP

TYPE

— iy

=5-5Y

PR EIAS—\Y
Recommended cutting conditions for MRN/MRN-H and MSN with HRM-F insert

R REIRIR G

=5—5YPAF Y THRM-FR; + €EJ215—Av FMRN#/MRN-H + BE—#(EY 15—~y REA—ILBEY v~ 7—I\)
OfIEEEIFIIA Forside finishing

T EZ (mm) Tool dia.

- FvT cae | VIHIERE
#% Hl 44 INITHAE IR
- i it Ve ®10 ¢12 ®16 ¢20
Work materials Grades Type of machining (m/min) 5 3 5 v 5 v 5 v
(min-) (mm/min) (min-) (mm/min) (min-) (mm/min) (min-") (mm/min)
%S
(J§5'§QS55C\) zeq | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 2390 | 4770 | 1910
fﬁ‘%ﬁﬁ%ﬁ%{* JC8015 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
BeI05w0'25505I-18 ae(mm) 0.10 0.12 0.16 0.20
TE®
(3Bt SR zec | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 2390 | 4770 | 1910
RSBOSHBIAT | ycsots ‘q:l ap(mm) 0.25 0.30 0.40 0.50
) ae(mm) 0.10 0.12 0.16 0.20
FULRE ae., | 280 | 8910 | 2670 | 7.420 | 2220 | 5570 | 2230 | 4560 | 1820
(SUS304) m
R 250HBLLT | JC8015 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
tRreee | zec | 300 | 9550 | 2860 | 7960 | 2380 | 5970 | 2390 | 4770 | 1910
EE(T“’;%'?;STSS{,) el ‘%ﬂ ap(mm) 0.25 0.30 0.40 050
30-36HRC ae(mm) 0.10 0.12 0.16 0.20
FTUN\—F
P PR aee | 280 | 8910 | 2670 | 7420 | 2220 | 5570 | 1670 | 4560 | 1370
B 88-43HRC | o102 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
oy ae(mm) 0.10 0.12 0.16 0.20
BT
(SR s D gee | 250 | 7960 | 800 | 6630 | 800 | 4970 | 750 | 3980 | 600
%@gﬁ%}iﬁg%% JC6102 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
“42-52HiRC ae(mm) 0.10 0.12 0.16 0.20
AT
s S0 aec | 200 | 6360 | 640 | 5300 | 640 | 3980 | G600 | 3180 | 40
%@g?‘%;ﬁjg%gl JC6102 ‘%ﬂ ap(mm) 0.25 0.30 0.40 0.50
“55-62HRC ae(mm) 0.10 0.12 0.16 0.20
a5 aec | 350 | 11140 | 3900 | 9280 | 3710 | 6960 | 3480 | 5570 | 3340
E300HBLLT | JC8015 ‘q:l‘“
Grey}é\l&duéaécsaitiron JC6102 ap(mm) 0.25 0.30 0.40 0.50
Below 300HB ae(mm) 0.15 0.20 0.20 0.25
2 IRINEHULRY, ap: YHAHRE, ae: EvI71—K, Vo: IELERE, n: TEREREE, Vi: XEE
2 : Overhung length, ap : Depth of cut, de: Pick feed, Vc: Cutting speed, N : Spindle speed, Vf: Feed speed
BER O EEE —
1) LY BB S EUT— T TR RS L, 7 W
2) tEalE R UES3DCESDIMISRETT
?étﬂbﬁiliﬁf\U'CtﬂEUEEVC(m/mln)tii‘)iEfEVf(mm/mln)EEEJ?&KTS'&’L\O ~3Dc 100% | 100%
3) UUWHRELIEEE PHAGRS Z L EMELY B LTREV. H3 VXU EESE Orunder 30¢
THTHEAREN, 3DcE~5Dc | 700 .
ST . L , 70% | 70%
4) T7—TO—IC&III TREDEET>TIRE L, Over 30c, up to 50c
$C. SEMCTOF #E T A T TEEIV FIMBSERL R E Do 5DCB~10DC | 50, | 500,
Over 50c, up to 100c

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

4) Use air blow.




M orET
MRNIE5-5972 £v25—~v K EiiERe

TYPE Recommended cutting conditions for MRN/MRN-H and MSN with HRM-F insert
=5=3YTPAFYITHRM-FF; + €YV a5—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 ?&g MIRE |TEDEE 10 ¢112 S d:w ¢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 k) | _ag | 260 | 8280 [ 2480 | 6900 | 2070 | 5170 | 2070 | 4140 | 1660
EE%EQH'}E%{T Jogots | T ap(mm) 0.15 0.20 0.20 0.20
Bolow 2501B ae(mm) 1.2 15 2.0 2.5
TEm
(05T S0 e | 20 | 8280 | 2480 | 6900 | 2070 | 5170 | 2070 | 4140 | 1,660
ﬁi:;;fs?e?i: Jcgots | —X ap(mm) 0.15 0.20 0.20 0.20
Bolow 265118 ae(mm) 12 15 2.0 25
AT acg | 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
TU)\—R
Tk | | seg 260 | 8280 | 2480 | 6900 | 2060 | 5170 | 2070 | 4140 | 1660
E(T“g%'ﬂstsg},) e | 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 | 7640 | 2200 | 6360 | 1900 | 4770 | 1430 | 3810 | 1,140
Eg@ﬁﬁ%gjc Jo6102 | X ap(mm) 0.15 0.20 0.20 0.20
38-43HRC ae(mm) 1.2 15 2.0 25
BN
(R e | 190 | 6050 | 610 | 5040 | 600 | 3780 | 570 | 3020 | 450
%@gﬁ%&iﬁg%% Joe102 | = % 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| 4l | 410 | 3450 | 410 | 2590 | 390 | 2070 | 310
%@S?E;j‘?ﬁg%% Jos102 | T ap(mm) 0.10 0.15 0.15 0.15
'55-62HRC ae(mm) 0.90 1.0 1.2 15
RS ceg | 900 | 9450 | 3310 | 7960 | 3180 | 5970 | 2390 | 4770 | 1910
B300HBLLT | JC8015 | ——
Gre;—%é\gd”éaécéitim” JC6102 - X ap(mm) 0.15 0.20 0.20 0.20
Below 300HB ae(mm) 15 1.8 2.4 3.0

0 : IRIVEHELES, ap: THAAFSE, @e: EvI74—K, Vo: JIEHIEE, n: TEREERE, Vi:E)ERE
2 : Overhung length, ap : Depth of cut, &e: Pick feed, Vc: Cutting speed, N : Spindle speed, Vf: Feed speed

WEALOEESEE e
1) LD, BHANES K0T —JBIRCHE TRE T, ’}%&5 (i) e
2) FE2ld. BHUE S 3D DYIEIRHETT .

ZHUE I CHRU TEIHEERE V (Mm/min) EEUIREV(mm/min) ZEEL 20, ~3Dc 100% | 100%
3) VUWUHDRELB A AR RS Z LSEREEN B UTLREV. 530 EEEEE Or under 30c

TIFTERLIEEL, 3Dci#E~5Dc 70% | 70%
4) I7—TO—C&WIULK TRENEBEET>TIRT W, U (DY

B IIFEMCTOF v ETAII I TRV TUIBISERELEE W, 5Dci#~10Dc | 5go, | 50%

Over 50c, up to 100c ° °

NOTE

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

2) In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

4) Use air blow.



MOdUIar Heads FULL LINEUP

TYPE

NYOIRSTM E

Recommended cutting conditions for MDB and MSN

-t

Ja153—\Y

& Eiﬁm&u%ﬁ ESENNIF For bottom face finishing

EIJa5="\y FMDBR + BBE—R(TY15—\vRAF—ILEBEY v I 7—I\)
QI1—F+1V T =Xy bFwT Forcoated or cermet insert

TER (mm) Tool dia.
S e 20 25/ 26 32/33 20
A K#L No.ofteeth TN | X#L No.ofteeth 2N | FEL No.ofteeth 2N | X%L No. of teeth 3N
Work materials —i% | EHEE
MIA|ELE| 2 ao | n | Vi| 2 |ap| n| Vi| & a| n|Vi| & |a | n | W
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‘?55?5@50) 70| 0.3 13,780/ 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—R 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
B30-43HRC [N o0 | 03 12700 670 | 120 | 0.3 12.16011,080] 120 | 0.3 (1690 840|140 | 0.3 1.3501,000
Mold steel (above 40HRC) (above 40HRC) . ) . ’ ’ . ) . ’ ’
1.2311, P20
e (CX90) | (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 12,700 670 | 70| 0.3 |2,160(1,080[ 70 | 0.3 {1,690 840/ 90 | 0.3 |1,350/1,000
A JC8015(JC8003
B 255HBITR
Die steal (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
27V 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)
EE250HBILTF 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 ESB0OHBBLE ) 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
0 IRIVEHLES, ap: YhAAHFES, n: TEREEE, Vi FEE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed
WERLOFEEIE
1) LEECOUIHISE RIS KD — IR U TRELEEW,
2) UUWHRELCHS(F UHARHFREZE FEHEL)BEZLUTLREEVN. HVEEVEREZ T IFTERLLIEE L,
3) EHEINAREDBEIE. FITHAFHFREETEZLULTLREEV RCNB LV VIETIFTERLEE L,
4) I7—7O—CEIIUKTHREDEETOTLIEEW, BT IIEMCTDFvET AT TV SUIEIC
ARLIEEL,
NOTE ol =
1) The figure to be adjusted according to the machine rigidity or work rigidity. wy =)
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed. S o
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed H| S
and Feed speed. K g
4) Use air blow. [_ﬁ =




TYPE

NYIRSTM E

-y

b

25—~y R LIS

H.S.C. recommended cutting conditions for MDB and MSN

// DIJET

[=3eyImm::))  [REBNTTA For bottom face finishing

EJa15—~\vy FMDBR; + BE—#(EY 15—~y RAF—IVEBEY v+ 7—I\)
@I1—F VT H—=XyMFwT Forcoated or cermet insert

TEZ (mm) Tool dia.

S 20 25 /26 32/33 40
el # HE No. of teeth TN | FEL No.ofteeth 2N | FE No.of teeth 2N | FEL No. of teeth 3N
Work materials —i% | EHEE
MIB|MEA| 2 |ap| n | vi| 2 |a| n|Vi| 2 |a | n| Vi| 2 |ap| 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
(S%(?\Sﬁgc) 70 [0.2547|4,770/1,190[ 70 0.217|3,820(1,910| 70 [0.2147|2,980/1,490{ 90 |0.221F|2,390(1,790
BE250HBLIT | CX90 | CX75 \ \ \ :
C(arbon ste«)el (JC8015)|(JC8003) 120 0.24TF|4,770/1,190| 120 [0.2k17/3,820/1,910( 120 |0.24TF|2,980(1,490| 140 0.2k1F2,390/1,790
50, C55
Below 250HB 160 |0.127|3,810[ 950| 160 |0.121F|3,060/1,530( 190 |0.14(F(2,380| 1,190| 210 (0.1:F|1,910(1,430
TUN—FR 4 70 0.2147(3,980, 990 70 (0.217F3,180(1,590| 70 [0.2147|2,490/1,250| 90 0.221F|1,990(1,490
(HPM7, PX5, NAK80, P20) |JG80151JC8003
®&30-43HRC  [UEERENEERT 100 00139801 990| 120 (025073180 /1,590] 120 022F12,490/1.250| 140 02:F/1.990/1,490
Mold steel (above40HRC (above40HR : ? : ? ’ : ’ ? : ? ’
1.2311, P20
e e (CX30) | (CX79)| 160 11| 3,180 790| 160 [0150712,550/1,280] 190 |0141(1,990/1,000] 210 [0:150F]1,590/1,190
( TEH ) 70 0.2147]3,980, 990 70 (0.211F 3,180(1,590] 70 (0.2k47|2,490(1,250{ 90 0.21F|1,990|1,490
SKD61, SKD11
B&255HBIT | JO8015\JCBO03| 154 19913 980 990| 120 [0.250F13,180 1,590| 120 0.26(2,490/1,250| 140 0.25F11,990 /1,490
Die steel (CX90) | (CX75)
(1523?3\3'21523;39) 160 |0.1F 3,180[ 790| 160 |0.121F|2,550(1,280( 190 |0.127|1,990|1,000( 210 |0.121F|1,590(1,190
27U 70 0.257(3,980, 990 70 (0.221F 3,180(1,590| 70 [0.2kF|2,490/1,250| 90 0.221F|1,990(1,490
(SUS304)
B 250HBLLTR JC8015(JC8003| 120 (0.21F|3,980, 990| 120 |0.24473,180(1,590( 120 0.214T2,490|1,250| 140 0.251F|1,990(1,490
Stainless steel
Below 250HB 160 (0144 3,180| 790| 160 |0.151F|2,550/1,280| 190 |0.151F|1,990(1,000( 210 |0.14F|1,5901,190
(% F(‘%) 70 [0.2547|4,450/1,100f 70 0.21F|3,560(1,780] 70 [0.2&47|2,790/1,100{ 90 |0.21F|2,230(1,670
BEEB00HBELT | 08015|J08003| 120 0.250F/4,450/1,100| 120 [0261F3,560 1,780| 120 0.25F12,790 1,100 140 0.25F(2,230/1,670
Grey & Nodular cast iron
(GG, GGG)
Below 300HB 160 |0.21F|3,560| 890| 160 0.2147|2,850(1,430( 190 |0.24F[2,230| 880| 210 0.2k 1,780(1,340
0 IRIVBHELES, ap: IAAKFE, n: TERERE, Vi X)EE
2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed
BERLOFEEIE
1) LECDUIHIRAF . EMANES KT —IRIEICIHE U TRELEE W,
2) UKD REULCBS R AHARHFRS Z LEHMBEXIIBRLULTLIEEV. HDVEEVREZ FFTERLL ISV,
3) BWEINARDEG S FTUHAFHREIEZLUTLLREEVRICNS LU VIETIFTERL RS0,
4) I7—7'O0—ICKUTIULK TRELEETO>TLIEEW, T IITEMCTODFvEF AT TIEEIW < SIRIC
ARLKIEE L,
NOTE ol =
1) The figure to be adjusted according to the machine rigidity or work rigidity. wy =)
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed. S o
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed H| S
and Feed speed. K| e
4) Use air blow. !—ﬁ & ;'35




MOdUIar Heads FULL LINEUP

NyIRSTS EYaS =
TYPE H.S.C. recommended cutting conditions for MDB and MSN

EY25—Av FMDB + BE—# (EY25—Ay KAZ—ILBEY v 7—/)

@CBNZFvJ ForCBN insert

J1T—N\Y

[ Iﬁzﬁmﬁu%ﬁ: JEEEBNIFA For bottom face finishing

TEfR (mm) Tool dia.
44 9;7}‘{1; 25/26 40
Work materials Grades X2 No.ofteeth 1IN HEL No. of teeth 2N %2 No. of teeth 2N J%L No. of teeth 3N
2 ap Vi | 2 Vi | 2 n Vi
(mm) (mm) | (min) {(mm/min)} (mm) (min-!) (mm/min)| (mm) (min-) {(mm/min)
(ﬁ F(‘:ﬁﬁ) 70 0.2K1712,000/2,880| 70 9,900(2,370| 90 |0.2l4F 7,950(2,850
e 00HBILT \ \
Grey & Nodular cast iron JBN500| 120 0.2117[12,000/2,880] 120 9,900(2,370| 140 |0.2l4F 7,950(2,850
(GG, GGG)
Below 300HB 160 0.21F] 9,600/2,300] 190 7,920/1,900( 210 |0.2l4TF|6,360/2,280
0 : IPRIVRHURE, ap: IIA#RE, n: TERERE, Vi:*)&RE
9 : Overhung length, &p : Depth of cut, N : Spindle speed, Vf: Feed speed
BEALDFREIE
1) EEEDOUIBISRGE ERAIES KD —IBIEICR U TRELIZE L,
2) UUWHREULIBS I NHARHRE Z LEMBXLIBDERLULTIREEL. H2VEEVREZ FFTERLLEE L,
3) WMENFEDBESF. FTVAHFEZ R UL TLES VL RICNB LV VIZ TIFTERLEE L,
4) I7—7O— LK TREDBEITOTEE W, FHI IIFEMCTOF vEFT AT TR IV TRIRITER
<FEELY,
NOTE Y| s
1) The figure to be adjusted according to the machine rigidity or work rigidity. i g
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed. HJI 2
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed Y £
and Feed speed. IS
4) Use air blow. ﬁ NI




TYPE

NYIRSTd E

-

9a1T5—"\Y

// DIJET

F Eiﬁiﬂ?ﬂ%ﬁ BEEANT A side face finishing

Recommended cutting conditions for MDB, MSN and DBD170408-F insert

HEAAFGEFYIDBD170408-F + €Va15=—A\y FMDBF; + BBE—# (EYV 15—~y RBAF—IVIBEY v+ 7—I\)
@1—F 1T Y—XyMFwT Forcoated or cermet insert

TEZ (mm) Tool dia.

4) Use air blow.

wul st | TV 20 2526 32/33 40
g
Work materials Grades HEL No.ofteeth 1IN X2 No. of teeth 2N TEL No. of teeth 2N H#E No. of teeth 3N
0 lapla | n|Vi|lg | a|la | n | Vilplap|a| n | Vi| g | a | a | n| Vi
(mm) | (mm) [ (mm) | (min-)|(mm/min)| (mm) | (mm) [ (mm) | (min-) |mm/min)] (mm) | (mm) | (mm) {(min?) |(mm/min)] (mm) | (mm) | (mm) |(min-) |(mm/min)
(Sgi%ﬁsc) 70| 0.5 0.2L1F/6,370(1,600| 70| 0.8 0.2kF| 5,002,550 70| 1.0 0.2F|3,990(2,000] 90 | 1.5 |0.2F) 3,190 |2,400
BE250HBLIT | OXT75 \ \ \ \
Carbon steel (JC8003) 120 | 0.5 [0.214F|6,370|1,410{ 120 | 0.8 |0.24F|5,100|2,250{ 120 | 1.0 |0.224F|3,990|1,760{ 140 | 1.5 [0.214F) 3,190| 2,110
(C50, C55)
Below 250HB 160 | 0.5 |0.2F/6,370/1,280] 160 | 0.8 0.2F|5,100(2,040| 190 | 1.0 0.2F|3,990|1,600| 210 | 1.5 |0.21F) 3,190 {1,920
TUIN—R 4 70| 0.5 |0.261F5,580 (1,400 70| 0.8 [0.24F|4,460(2,230] 70| 1.0 [0.2&(F|3,490(1,750| 90| 1.5 {0.2k1F|2,790 2,100
(HPM7, PX5, NAK80, P20) d&%ggﬁ)
SS0-A3HRC | s 11 120 | 0.5 D241F|5,580/1230| 120 | 0.8 (1251|4460 1,970 120 | 1.0 024F/3490|1540| 140 | 1.5 (0261F(2790) 1,850
(1.2311, P20) (CX75)
30-43HRC 160 | 0.5 |0.27|5,580| 1,120| 160 | 0.8 0.211F|4,460(1,790| 190 | 1.0 0.21F|3,4901,400| 210 | 1.5 |0.21F|2,790 | 1,680
( TEM ) 701 0.5 |0.2K1F|6,370/1,600| 70| 0.8 0.2L1F|5,100(2,550] 70| 1.0 0.21F|3,990(2,000] 90 | 1.5 |0.21F) 3,190 2,400
SKD61, SKD11
Eé%ii:gl—){? J(((:;?(gg? 120 | 0.5 [0.2KF|6,370| 1,410| 120 | 0.8 [0.2L4F|5,100(2,250{ 120 | 1.0 |0.2k1F3,990 1,760 140 | 1.5 [0.24F| 3,190 2,110
1.2344,1.237
(Be?ow’ZSSI%IBg) 160 | 0.5 |0.2F/6,370/1,280] 160 | 0.8 0.2F|5,100(2,040| 190 | 1.0 0.214F/3,990 (1,600 210 | 1.5 |0.24F) 3,190 {1,920
27U 70| 0.5 0.26173,980(1,000f 70| 0.8 0.2k7F|3,180(1,590| 70| 1.0 0.2kF|2,490(1,250| 90 | 1.5 |0.2F|2,000 | 1,500
(SUS304)
fEC250HBILT  |JC8003| 120 | 0.5 0.214F(3,980| 880( 120 | 0.8 0.224F 3,180 |1,400( 120 | 1.0 {0.224F|2,490| 1,100{ 140 | 1.5 0.224F|2,000|1,320
Stainless steel
Below 250HB 160 | 0.5 0.25IF|3,980| 800|160 | 0.8 0.2:0F|3,180(1,280] 190 | 1.0 [0.2F|2,490(1,000| 210 | 1.5 |0.25F|2,000| 1,200
(% F(%) 70| 0.5 |0.2L1F/6,370/1,600| 70| 0.8 0.2kF|5,100(2,550] 70| 1.0 0.2kF|3,990(2,000] 90 | 1.5 |0.2F) 3,190 2,400
o FEB00HBELE 1568003 120 | 0.5 024716370 1410] 120 | 0.8 24T 5100[2250( 120 | 1.0 02F|3.990 1,760 [ 140 | 1.5 D24F 3190 2110
rey & Nodular cast iron
(GG, GGG)
Below 300HB 160 | 0.5 |0.2F/6,370/1,280]| 160 | 0.8 0.2F|5,100(2,040| 190 | 1.0 0.2F|3,990|1,600| 210 | 1.5 |0.24F) 3,190 {1,920
0 IRIVRHULEY, ap: MAROYHRAHKRE, Qe: EEABOYLAZRE, n: TEOERE, Vi XERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
BERLDOFEEIA
1) LECOUIHIRMAF I EMAIED KT —IRIEICISE U TREL TV,
2) UUWHREUBEF AHARHFRE Z LEHMBEXIIBRLULTLIREEV. HDVEEVREZ FFTERLLIESL,
3) BB NIAEDBSIE. FIAHFFIZZLUL LTV RICNB LV VI ZETIFTERLES L,
4) I7—0O0—CEITILK TTREDEBEZITOTLEE W FICIITEMCTOFvETAII T TIEEIWUL SR
ARLKEEEW,
NOTE wl =
1) The figure to be adjusted according to the machine rigidity or work rigidity. w =)
2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed. Sl 2
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed H| S
and Feed speed. &K g
<
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ﬁ
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M Od U I arl Heads FULL LINEUP
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Attention for profile milling

YEVZ I Ramping

dap

05 EY T AURVINTEFEDREZZEHISRERD70%UT

THITUTLEE LY

O RUY VIR BE XD EE ZREVHISRARD50% LU T T

MIULTLEE L,

O FUUVIMTEICIF SEFRURIWID K FHRTHDESHHDH

FTOT.ZLEICFTTFELTLEEL,

AUAIVINI Helical interpolation

¢Dh

I8 ¢Dc_

@Y—)L/I\ADEHTTE

Calculation of tool pass dia.

odc = ¢pDnh—pDc
V—)LINZE XES TER®
Tool pass dia. Bore dia. Tool dia.

@ —FAZD DENHAFHRENRAYLIAH
FREApEMZIENELIICLTLIEE L,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

@V— U\ ADEEAEIET Vv
[CIEBDRORBFETEIDICLTLEE L,
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
2 BE| ogeR F&ap | = N = s N Bt -
& ) ) BRANER Eijttﬂﬁafmc'é(ap) =y =)ty we . Z
Cat No. | To0!dia.| Eff. Cutting | Max. depth = T EOTEIS XL (mm) BAUE | BRANE | 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. ap [ 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
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MFO [ B5E3ERR 7<=y a0y EYa5—Ay K mEHIRE
TYPE Recommended cutting conditions for MFO and MSN
EJa15—~\y FMFOR + BE—#(EY 15—y RAF—IVBEY v 7—I\)
TE& (mm) Tool dia. TE®&Z (mm) Tool dia.
% Hll #4 FvJ FvJ

Work materials Mg ¢10 P12 1@ 17 P21
Gades| Vc | f |ap | ae | Vc| f |ap | @e |Grades| V\c | f |a@p | a@e | Vc| f | @p | ae
mm mm

(m/min) |(mm/rev)| (mm) | (mm) |(m/min){(mm/rev)| (mm) | (mm) (m/min) |(mm/rev)| (mm) | (mm) |(m/min)|{(mm/rev)| (mm) | (mm)

o o) 300 | 0.2 | 0.05 300 | 0.2 | 0.05 300 | 0.2 |0.05 300 | 0.2 |0.05
e 25 0HBIT 21005, 21005 2005, 2o
Carbon steel | CX70 |~400| ~0.4| ~0.1| 4~ [~400| ~0.4 | ~0.1| >~8 || OX75 | 400| ~0.4 | ~0.1 |7~ |~200| ~0.4| ~0.1
(50, C55)
Below 250HB

(FC, FCD)
BE& 300HBLLTF 300 | 0.3 | 0.1 300 | 0.3 | 0.1 300 | 0.3 | 0.1 300 | 0.3 | 0.1

Grey & Nodular 10102} 400 ~0.6 | ~0.2| *~7 |~400| ~0.6 | ~0.2| °~8 108003\ 400  ~0.6 | ~0.2|"~"1] 400 ~0.6| ~0.2

(GG, GGG)
Below 300HB

TUN—RVH
( HPM?7, PX5, )
NAK80, P20
i@ 30-43HRC
Mold steel
(1.2311, P20)
30-43HRC

JC6102| 100 | 0.2 | 0.05 47 100 | 0.2 | 0.05 5.8 JC8003( 100 | 0.2 | 0.05 100 | 0.2 | 0.05
(CX75) |~200| ~0.6 | ~0.1 ~200| ~0.6 | ~0.1 (CX75) |~200| ~0.6 | ~0.1 ~200| ~0.6 | ~0.1

JFEA N
(SKD11, SLD, DC11)
fE<55-62HRC JC6102 50 | 0.1 |0.05 47 50 | 0.1 |0.05 5-8 | Jcs0o3 50 | 0.1 |0.05 711 50 | 0.1 | 0.05 8~13
Hardened die steel ~100| ~0.2 | ~0.1 ~100| ~0.2 | ~0.1 ~100| ~0.2 | ~0.1 ~100| ~0.2 | ~0.1
(1.2344, 1.2379)

55-62HRC

Vo YIHIRE, f:#EWE, ap:thAHRSE, Ge:EvIT74—K Ve : Cutting speed, f:feed, ap : Depth of cut, ae : Pick feed

WERA LDFEEIR

1) NIEATE LESLOTEF®[ EDH MQLEEZAN IIEHERVLET,

2) MIREANDAUES KORIFEI L CRE ZREURIES 2ENHD H Dt —EEEN T ZHEVLET,

3) MITHEMAEE. B, Y-V TRBE. D—IDEYT+ VT DREESAMEN+HIRRIE CERBVE T,

4) U ORECK) NITEHESHEL KNI TRENELHSE1F EERBESD DYHIREZ T FTERLIEE L,
TeRRUGRVBIFEZ BN TLEE LY,

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 e

—a—I\vIFP I RIT*—=AAvHY TI215—"\v R {EEDHISRGEG
TYPE Recommended cutting conditions for MPF and MSN
TIa15—AY FMPF# + TBE—# (€Y 15—y FRBEY v+~ 7—I\)

) A FuwTiitE YIELRE 1HAEDDZEDE YhAFFRE
T o Cutting speed feed Depth of cut
Ve (m/min) fz(mm/t) de (mm)
_— JBN500 1,200 (800~2,000) 0.1(0.05~0.15) 0.05~0.1
(FC250%)
@ 160-260HB
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
5O 5 1 )ViEEk
(FCDB00%)
f®&170-200HB
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

W{ERA LDEFEEIR

1) #ht. O— 2 DEIEDRIRICKY . BEESIERVSESPUTTUL ES5E(F. O XD ZE TIFBREDHFEEZL TS,

2) tIHIEEBIRSHEXY DIBE(F. 1 HZHYDXUEZ0.05mm/tUFICTFTIIZE L,

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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m EEbAYY EVa1S5—AYR EELEIRGE

Recommended cutting conditions for MCM and MSN

EJ15—Ay KMCMF + FBE—# (EV15—~v RAZ—ILBEY v~ 7—I\)

o 2 & cat.No.
B A FvT fogE MCM-0919-M10 MCM-1929-M10
Work materials ggﬁ Type of %L No. of teeth TN X% No. of teeth TN
machining Vo n fz Vi Vo fz Vi
(m/min) (min-) (mm/t) (mm/min) (m/min) (min-) (mm/t) (mm/min)
PR, Bl PERY L 100 | 1680 | 03 500 100 | 1,00 03 330
S-C, SCM =
BE250HBIT  [JC5040| TSEEY | qg0 1,680 0.3 500 100 1,100 0.3 330
Carbon & Alloy steel SEHI)
Below 250HB Slotting - - - - - - - -
FEEY)
:I(:S%Dﬁlﬂ g 80 1,340 0.3 400 80 880 0.3 270
Ba2s5HBIT  |JC5040 ZNEE | gy | 1340 | 03 400 80 880 | 03 270
Die steel SEHY)
Below 255HB Slotting - - - - - - - -
FEE)
%(Fcfi o e 90 1,510 0.3 460 90 990 0.3 300
Lyl
FE150HB Josot5| 7SERY 90| 4510 | 03 460 90 990 03 300
Castiron I
150HB Is%)ﬁijng) - - - - - - - -
5054k [ERW 75 | 1260 | 03 380 75 820 | 03 250
(FCD) D
Bx220HBIF  [JC5015| 7SI 75 1,260 0.3 380 75 820 0.3 250
Nodular cast iron SEHIV)
Below 220HB Slotting - - - - - - — -
T fz &/ cat No.
AR FvT o 8E MCM-2535-M12 MCM-3343-M16
Work materials ggz%s Type of HEL No. of teeth 2N AL No. of teeth 3N
machining Vo n fz Vi Vo n fz Vi
(m/min) (min-) (mm/t) (mm/min) (m/min) (min-) (mm/t) (mm/min)
RS, B2 FTER | 400 910 | 03 550 100 | 760 03 680
(S-C, SCM) e
B 250HBLIT  |JC5040| TSER) | 4p5 1,130 0.3 680 125 950 0.3 850
Carbon & Alloy steel =310
Below 250HB i 100 910 0.1 180 100 760 0.1 230
[EHYY)
JES,;EDﬁ)Iﬂ ﬁamfermg 80 730 0.3 440 80 610 0.3 550
Ba2B5HBIAT  |Jc5040| ZSERY |40 910 0.3 550 100 760 0.3 680
Die steel EH)
Below 255HB ik 80 730 0.1 150 80 610 0.1 180
FEEY)
ﬁﬁ(ﬂﬁs& o e 90 820 0.3 500 90 680 0.3 610
FE 150HB Jes015| 7SERY 400 | 1000 | 03 600 100 760 03 680
Castiron SEHIV)
150HB e 90 820 0.1 170 90 680 0.1 200
90541k FrERY 7 680 | 03 410 75 570 03 510
Bx220HBIF  [JC5015| 7SI 90 820 0.3 490 90 680 0.3 610
Nodular cast iron SEHIY)
Below 220HB i 75 680 0.1 140 75 570 0.1 170

Ve PIHEE, n: TEEEGEE, fz AHNRYOENE, Vi k) EE Ve : Cutting speed, N : Spindle speed, fz :feed, Vi:Feed speed

BEREDFEEIR

1) tEIREFRAITREICTRELTVET,
2) HAHECILULETINT I BHEFEVZTIFTIIZEN,

NOTE
1) Cutting speed is relevant to maximum chamfering diameter.
2) In case of 3mm or more chamfering, reduce feed rate.
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Recommended cutting conditions for SMSA
OfIEIHEI Shoulder cutting

TER&R (mm) Tool dia.

» A HE
# Hl 4 BHiE 16 20 25 30/32
Work materials Type of
machining 2 n %; 2 n %; 0 n Vit 2 n Vit
(mm) (min”) |(mm/min)| (mm) (min7) |(mm/min)| (mm) (min) |(mm/min)| (mm) (min) |(mm/min)
REE At ae 70 | 2,000 | 500 | 75 | 1,600 | 400 | 100 | 1,300 | 300 | 110 | 1,000 | 240
(S50C, SCM440) 2
B 250HBLT P 1 110 | 1,800 | 400 | 125 | 1,400 | 300 | 150 | 1,450 | 250 | 160 | 900 200
Carbon steel, Alloy steel
(C50,1.7223) ap=Dc
Below 250HB 8e=0.03Dc 150 | 1,600 | 300 175 | 1,200 | 250 200 1,000 | 200 210 800 160
70 | 2,000 | 500 75 | 1,600 | 4 1 1 11 1 24
25U ae , , 00 00 ,300 | 300 0 ,000 0
(SUS304) ap
B 250HBILTR 110 | 1,800 | 400 125 | 1,400 | 300 150 | 1,150 | 250 160 900 | 200
Stainless steel
Below 250HB cpoi
ae=0.03Dc | 150 | 1,600 | 300 175 | 1,200 | 250 200 | 1,000 | 200 210 800 | 160
TYUN—RUEH ae 70 | 1,400 | 300 75 | 1,100 | 280 100 900 | 240 110 700 | 180
(HPM7, PX5, NAKS0, P20)
"’Eﬁ?ﬁe‘;m @ | 110 | 1,200 | 240 | 125 | 950 | 200 | 150 | 800 | 180 | 160 | 600 | 130
(1.2311, P20) ap=Dc
30-43HRC 8e=0.03Dc | 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)
[@e35-43HRC ap
e 110 700 | 150 125 550 | 120 150 450 | 100 160 380 90
(Inco718) ap=Dc
35-43HRC 8e=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
((6AL-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
FIL=EE ae 70 | 4,000 | 900 75 | 3,200 | 800 100 | 2,600 | 650 110 | 2,000 | 500
(A5052)
a0 llORE @ | 110 | 3,600 | 800 | 125 | 2,800 | 600 | 150 | 2,300 | 500 | 160 | 1,800 | 400
Aluminum alloy
(A5052, A7075) ap=Dc
50-110HB 4e=0.03Dc | 150 | 3,200 | 700 175 | 2,500 | 500 200 | 2,000 | 400 210 | 1,600 | 300

0: IDRINVEHLES, n: TEREEE, Vi: FEE, ap: YHAAKRE, @e: EvI74—K
2 : Overhung length, N : Spindle speed, Vf: Feed speed, ap: Depth of cut, &e : Pick feed

WEA LDFEEIR

1) AEEEFINICSV T AIEIEZRE < E T ICEINT ORI ZE < U TRASDIENZRAE . SE AR 82 AE KU T EZ

LFBNTHEEHRNLE T,

2) EEft EFNICSVT #AEAHEE/NSKUIHBED S V7 AFRESTIRIC LW TEH ZE LT FEUINTIC LD
NIzEZ EFRINITEEHRNLES,
3) AFEREOIIH. )V < FUIBE N K OBERLEDOWED . KEL EFINTIRE. T770-5ULIEAEHEHEERENLET,

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.
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SMSAL SN (YUY EEI 25—y R)IFECIREISRAF
TYPE Recommended cutting conditions for SMSA
OEmYIEI Bottom cutting

T EZ (mm) Tool dia.
» thAHE
# Hl #4 EH#t 16 20 25 30/32
Work materials Type of
machining 2 n %; 0 n Vi g n Vit 2 n Vit
(mm) (min7) |(mm/min)| (mm) (min7) |(mm/min)| (mm) (min) |(mm/min)| (mm) (min7)  [(mm/min)
Ry ae 70 | 2,000 | 1,600 | 75 | 1,600 | 1,300 | 100 | 1,300 | 1,000 | 110 | 1,000 | 800
(850C, SCM440) |
B 250HBLT Tap 110 | 1,800 | 1,400 | 125 | 1,400 | 1,100 | 150 | 1,150 | 900 | 160 | 900 | 700
Carbon steel, Alloy steel
(C50, 1.7223) 8e=Dc
Below 250HB ap=0.03Dc 150 1,600 | 1,200 175 1,200 950 200 1,000 800 210 800 600
a 70 | 2,000 | 1,600 75 1,600 | 1,300 100 1,300 | 1,000 110 1,000 800
27V .
(SUS304) | n
BEE250HBILT Pl 110 1,800 | 1,400 125 | 1,400 | 1,100 150 | 1,150 900 160 900 700
Stainless steel e
Below 250HB =
elow ap=0.03Dc | 450 | 1,600 | 1,200 175 | 1,200 950 [ 200 | 1,000 800 210 800 600
JYUN—RUER ae 70 | 1,400 | 1,100 75 | 1,100 900 100 900 700 110 700 550
(HPM7, PX5, NAK80, P20) |
Eﬁfo%ife:m (%1 110 | 1200 | 950 | 125 | 950 800 | 150 | 800 | 600 | 160 | 600 | 500
(1.2311, P20) ae=Dc
30-43HRC ap=0.03Dc | 150 | 1,000 800 175 800 600 [ 200 600 500 210 500 400
MaASE ae 70 800 650 75 600 500 100 500 400 110 400 320
(Inco718) |
fEer35-43HRC ap
e e 1 110 700 550 125 550 450 150 450 360 160 380 300
(Inco718) ae=Dc
35-43HRC ap=0.03Dc | 150 600 500 175 500 400 | 200 400 320 210 360 280
FIIES ae 70 | 1,400 | 1,100 75 | 1,100 900 100 900 700 110 700 550
(BAL-4V Ti) |
e 35-43HRC ap
Titanium alloy i 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
PIL=EE ae 70 | 4,000 | 3,200 75 | 3,200 | 2,500 100 | 2,600 | 2,000 110 | 2,000 | 1,600
(A5052) |
R=50-110HB 1% 110 | 3600 | 2,800 | 125 | 2,800 | 2,200 | 150 | 2300 | 1,800 | 160 | 1,800 | 1400
Aluminum alloy
(A5052, A7075) ae=Dc
50-110HB ap=0.03Dc | 150 | 3,200 | 2,500 175 | 2,500 | 2,000 | 200 | 2,000 | 1,600 210 | 1,600 | 1,200

0: IDRINVEHLES, n: TEREEE, Vi: FEE, ap: YHAHKRE, @e: EvIy74—K
2 : Overhung length, N : Spindle speed, Vf: Feed speed, ap: Depth of cut, &e : Pick feed

BERA LDFEEIR

1) AEEEFINICSV T AIEIEZRE S T ICEINT ORISR ZE < UCTRAB DB ZR T BE AR 872 AE KU TII I =
LFBINTHEEHRNLE T,

2) EEE EFMICENWT BAATIAHEZNEUHBBD S V7 ARARESAIRIC IV TEH 2 LT EmEUIILIIC LD
MIEZ EFINIHEEHERNELET,

3) ASEREDOIHE. 1< FTRIBE RN FEDBERLEDIMED ., REML EFINTEIE T7 70— UL [EABBEHZEHERENLE T,

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.
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CEALEDES TEE2R2CTHEAVRELIHIC

OTEFLHIRMHTHEALEVNTLEE, @RELEFEPRITOSDTEFMERULEVTLIEEL),

OO FORB BEMEICLDTAICTERLIRLEEV N RBRFPREHN/N—ZSHEALLLEE,

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.

OTEMIRIF . RDIHFELLEETI DI ENBDFET, Specification shall be changed without notice.
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