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Indexable radius cutter for hard-to-cut material
with double-side insert.
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L= §& Features
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"EXTREME DIEMATE" EXTDM / MTX type with edge sharpness and strength.
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Achieved edge sharpness and strength by unique helical cutting edge. ¢ \
Adopted radius insert suitable for turbine blade machining. ew m

1 S }l Double-side usable!
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Economical double-side insert (8 corners). Helical cutting edge y
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Unique insert rotation preventing structure: Due to wedge-shaped binding face of
insert prevents movement of inserts. Able to stable machining.
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$i PVD O—7 1 » J#1#@<JC7560P> # AL, &W—EORSHERA,
New PVD coated grade “JC7560P” achieved longer tool life compared with conventional PVD coated grade “JC7560”. )
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Insert are arranged in an irregular pitch (except for 3 tooth type). Prevents chattering & vibration. )

5))-If:3 3 Cutting performance

@ UJEIE 1 LEE Cutting force comparison

#HEI# Mat’l: S50C C50
YIHI%&4 Cutting conditions :Vc=180m/min, n=1,146min-1, ae=30mm mﬂjﬁﬁw, ":/" 24 7 &
Ay hwy b Downcut T7 JH— Airblow 1# XA THMI Testby 1 insert HEF

R 2 (4 %ﬁ

2t L& & Overhung length.: 120mm . .
TEf#E Tool No.: EXTDM-5050R-12-22( 50) kL4 Holder No.: BT50 Singforee oFR oM ';O"’S'I't'l‘\‘/’:tchht‘:':rame il
F v FHE Insert No.:RNMU1205MOE-MM (JC7560P)

XGEYHm| | £ m XGEYSH)
Feed force o Feed force
Y(E57) = m Y(ESD)
Main force Main force

VA 92)) : Z(ERH)
O Back force 3 O Back force
o &% . &h
Wit s THOANY—LALALD Resultant force Wit s THOANY=LALALD Resultant force

(Roa47) EXTDM (¢ 50) (k174 4 7) (Ror4T) EXTDM¥ (¢ 50) (k474 4 7)
Conventional tool (positive) EXTDM type (¢ 50, negative) Conventional tool (positive) EXTDM type (¢ 50, negative)
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Indexable radius cutter for hard-to-cut material.

MIBOUUTY ZME !
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Irregular pitch prevents
chattering & vibration
(except for 3 tooth type).
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b
Achieved edge sharpness & T
strength by helical cutting edge\ \

99— bRE

REICH 5% % HE
Through coolant hole:
surely coolant supply to cutting edge

& ICEL A EPEE+ REOGNREICK Y, REWEE65HRCLLL
BEEN OBRERICHE SAIRT, FFMAEIVUIATHEERR
E30% I EF7Y 7, BREMIRGFICERAERIBLEY, E5(C. £V
<FDBE. WORELZNHTIMNREBVET,
Adopted GN surface-hardening treatment on thermal resistant high strength steel gives
high hardness over 65HRC and secure insert pocket and holder against thermal
deformation, improved body durability and tool life by 30% or more. Make it difficult to be
damaged even under, severe cutting conditions. Also rust-proof and-anti-welding. effect is
much improved.

5)]:/f:3--88 Cutting performance

@ A tEE Tool life comparison
HWHIA Mat'l: TIILT YA FRRXT U LRE (SUS420J2) Stainless steel (Martensitic)
IHI%& 4 Cutting conditions:Vc=260m/min, n=1,650min-1, Vf=495mm/min, fz=0.3mm/t, ae=30mm,
ap=0.5-2.5mm S Y EUSMI(°)EL, ¥9>Hh v kb Down cut, T7 7 O0— Air blow, 1#FZTHI Test by 1 insert
TEE Tool No.: EXTDM-5050R-12-22( ¢ 50), F v T#ZE Insert No.:RNMU1205MOE-MM (JC7560P)

SVEVTMI(1)EE , ———
Face milling & ramping ' 25m

7 FyEVY

Chipping

20m
FyeEvI Normal wear
10m Chipping h
FoEVY —'

(2.2)
I Chipping ]'- /

; ET: RNMU1205MOE-MM (JC7560P)

e J $H#%S Equivalent for competitor J

- L #4848 Equivalent for competitor L

=@= R 4% S Equivalent for competitor R

10 20 30
tIHI& (m) Cutting length
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v v v b @ 8l Facemill type

“EXTREME DIEMATE” EXTDM / MTX type

G'B@d‘y 9= b743E Through coolant hole

¢ Db

o
(S
|
¢ d1 \&
¢Dc
R7 e & TE T I & (mm) Dimensions B2(kg)
Bore Cat. No. Stock ’\:g(')t?f ¢Dc| R Lf ¢Db| ¢d | ¢d1 a b V4 Weight
EXTDM-5050R-12-22| ® 5 50 6 40 43 22 (165|104 | 6.3 | 20 0.29
P |EXTDM-5052R-12-22| @ B 52 6 40 43 22 [16.5/104 | 6.3 | 20 0.30
NES YA X EXTDM-6063R12-22| ® | 6 | 63 6 | 40 | 48 | 22 | 165|104 6.3 | 20 | 043
EXTDM-6063R-12-27| @ 6 63 6 50 58 27 | 20 124 | 7 22 0.56
EXTDM-6066R-12-27| @ 6 66 6 50 60 27 |20 124 | 7 22 0.64
) RLFICF Y TEHEHARATHY FR A, FIESROFEZEI, BIEIEE Cuting conditions (ETEESIED
Note) All cutters are supplied without inserts.
i nll I gl oA
A-15T TSW-410H 3.5
s F AN EIN FEE AN DEL ESI Ml Modular head MTX type
TYPE
G-Body, c MD
(®)
1 [ TARNANR / 5
+ - 8 —AXT [a)
1L AN NNY / © / 9
(% B
w R Lf
st 3% (mm) Dimensions & Parts
9527ThC LoF
2 & ‘T‘:EE 3‘]%( 3'("1'1755"'“}7 Clamp screw Wrench
Cat. No. Stock i’r\lls?ér?;quC R | Lf |¢Db| MD | C | W [ Applicable inserts & \\
MTX-3032-12-M16| @ 3 32 | 6 43 28 |[M16| 12 | 22
RNMU1205MOE-MM|  TSW-410H A-15T
MTX-4040-12-M16| ® 4 (40| 6 | 43 | 32 M16| 14 | 26

) 1L RLFICF Y TEHEARATHY FE A, FIEEROLESN,
2. ¥V 25—~y FOHEEMTT MILTIFPIZTSBESLY,
Note) 1. All cutters are supplied without inserts.
2. Please see page 9 for recommended tightening torque.

77 — 1% Arbor

EIEIFR4E Cutting conditions (N IED

9S50 TRLHE | #EMNLY (N-m)
Clamp screw Recommended torque
TSW-410H 3.5

e [ @ | X—/—71E[EH Standard stockitems © :3EHEEESR Soon to be stocked

O EEHELEYREBFEF Soon to be deleted
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EXTDME/ MTX WinFy 7 WLEELRS

8 1 | ; a
S ‘ [ ©
| |
\
T
e & TR J—7# (\m) PV%@ID—CZ;{;C“/? st & (mm) Dimensions
Cat. No. Tolerance | Total of corners (double-side) @ JC7560P ¢ Dc T oD
RNMU1205MOE-MM M 8 [ ] 12 5.3 4.6

14 —X10fAY TY, 10 inserts per case.

Fv 7RYFITREOERE Attention to mounting insert

ZH=YUME A) ¥R (B)
contact surface (A) L binding face,

XF v ITOEEYEADND Y ZRAEOHREB)CZ=5LSICEFL TS,
Put insert so that contact surface of insert (A) can come into contact with wedge-shaped binding face(B).

@ | A—H—7TEEM Standard stock items © ! 3EHEEESR Soon to be stocked O : EEHE<TE Y REFEFE Soon to be deleted ] e
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TYPE
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MSN Carbide shank holder

“EXTREME DIEMATE” EXTDM / MTX type

L

B~

$D2: V=5V hRE
Coolant hole dia.
e
= - - = —1 2
°
1 Iy On° 1
L
IRV v9247 End mill shank type
B & 7HE < & (mm) Dimensions E%(kg) Fia.
Cat. No. Stock ®Ds D1 L @ D1 On° MD ®D2 Weight
MSN-M16-25-S32C ® 32 25 90 29 - 0.85 1
MSN-M16-55-S32C ® 32 55 120 29 - 1.13 1
MSN-M16-77-S32C L 32 77 157 29 - 1.47 1
MSN-M16-97-S32C L 32 97 177 29 - 1.64 1
MSN-M16-105-S32C L 32 105 170 29 - 1.59 1
MSN-M16-117T-S32C ® 32 117 197 29 0°38' 1.88 2
MSN-M16-127-S32C L 32 127 207 29 - 1.89 1
MSN-M16-127T-S32C L 32 127 207 29 0°30' 2.23 2
MSN-M16-155-S32C L 32 155 220 29 - Mo 8 2.04 1
MSN-M16-177-S32C L 32 177 257 29 - 2.32 1
MSN-M16-177T-S32C ® 32 177 257 29 0°23' 2.78 2
MSN-M16-195-S32C L 32 195 260 29 - 2.40 1
MSN-M16-197T-S32C ® 32 197 277 29 0°23' 3.00 2
MSN-M16-225-S32C ® 32 225 290 29 - 2.57 1
MSN-M16-245-S32C L 32 245 310 29 - 274 1
MSN-M16-295-S32C ® 32 295 360 29 - 3.17 1

) EVaS5—AY FOHBEHMN T RILIIEPIECSEIESL,

Note) Please see page 9 for recommended tightening torque.

(5 )

@ | X—A—7EEM Standard stock items

O : EEEES Soon to be stocked

O EEHNELEYREFEFE Soon to be deleted
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MSN MSN Carbide shank holder
TYPE 92— bAR{FE Through coolant hole M ERESENM I For high productivity ° )
AAE) =~

AL —W7—I1\%41 7 Straight arbor type

~t ;% (mm) Dimensions -

e & TE E8 (kg

Cat. No. Stock ®Ds L MD ¢ D2 Weight
MSN-M16-160S-S28C (] 160 1.22
MSN-M16-230S-S28C o 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 2.22

32 M16 8

MSN-M16-287S-S32C () 287 2.94
MSN-M16-357S-S32C ( 357 3.66

) EDaT—Ay FOHRMMA T LY IEPI9%E TSB S, Note) Please see page 9 for recommended tightening torque.

MGNL Bl G-Body(£¥15-AYKEAZRF - +> 97 —/) MGN G-Body steel shank holder

TYPE 9= PREHE Through coolant hole

o, OSRIEN DO AEICENDG-Body @ 3a— k2147
’(51@ G:Body] ez L& sAEI M bEMIEOYY < Tk =A< & SHIRREIIE,
AR MNT =T RIZHLENTZAEEG-Body (RF—ILI v y) ZHEWZLET,
*Adopted ultra-rigid and improved body durability "G-Body". <Short type
+Cost-effective and high strength steel shank holder.
¢D2: U —F > hR#E Coolant hole dia.

'l ([
O fliadid Ty
. 21 |

MD

gosre

I /RIWNY w247 End mill shank type

T % (mm) Di i

ﬁz % EE /i ( ) Imensions EE (kg)
Cat. No. Stock ®Ds D1 L ¢ D1 On° MD ¢ D2 Weight

MGN-M16-37-S32 ® 32 37 107 29 - M16 6 0.56

MGN-M16-77-S32 o 32 77 157 29 = M16 6 0.83

A) 1L EVaT—AY FETEEG-Body A ELERDUHIEHIZ. PIODREVHIEFHRZZOEEERCZEL,
2. EVa 5=~y FOHERTIT FILYIFPOZ TSEEE L,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 10).
2. Please see page 9 for recommended tightening torque.

M EEICEN 3RS S+ RE OGN & Y| REES65HRCLLE EEBEMNDERER IR CERITET, RMATAKE
BLUIEFGEHERMARE30%LU LT YT, BEEAMIEHICERAETRIEBELET,
G_B@dy EBI YT ORE, BORELMFHTIHNREHYET,
A 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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“EXTREME DIEMATE” EXTDM / MTX type

Tt Nt e = L0 MSA Arbor integrated carbide shank
TYPE

9= PR E Through coolant hole M S RESEANTRA For high productivity

L

D @@ vy)
(Carbide shank)

21

@ D2-(2mm)

¢ D1

e

BT &> %# 47 BT shank type

BT No.

AE— e

e & EE < ;& (mm) Dimensions E%(kg)

Sl Stock | ) ems) [ 02 L $D1 | MD | ¢D2 | BT No. | Weight
MSA-M16-125-25-BT40 | 3% 25 | 100 42 125 29 M16 54 | BT40 | 2.6
MSA-M16-150-50-BT40 | 3 50 | 100 42 150 29 M16 54 | BT40 | 2.8
MSA-M16-175-75-BT40 | 75 | 100 42 175 29 M16 54 | BT40 | 3.0
MSA-M16-200-100-BT40| 3 | 100 | 100 42 200 29 M16 54 | BT40 | 3.2
MSA-M16-140-25-BT50 | 3 25 | 115 42 140 29 M16 54 | BT50 | 4.8
MSA-M16-165-50-BT50 | 3 50 | 115 42 165 29 M16 54 | BT50 | 5.0
MSA-M16-190-75-BT50 | 3 75 | 115 42 190 29 M16 54 | BT50 | 5.3
MSA-M16-215-100-BT50( % | 100 | 115 42 215 29 M16 54 | BT50 | 5.5
MSA-M16-240-125-BT50| % | 125 | 115 42 240 29 M16 54 | BT50 | 5.7
MSA-M16-265-150-BT50| % | 150 | 115 42 265 29 M16 54 | BT50 | 5.9
MSA-M16-290-175-BT50| % | 175 | 115 42 290 29 M16 54 | BT50 | 6.1
MSA-M16-315-200-BT50| % | 200 | 115 42 315 29 M16 54 | BT50 | 6.3
MSA-M16-340-225-BT50| % | 225 | 115 42 340 29 M16 54 | BT50 | 6.5

F) 1L ED AT~y FEFFR—REAESHEROURIGEHEL. P10DZREYA
FHREZTOEFERACZEL,

2. BV 25—~y ROHERHA T FILYIEPIZETSELES L,

3. TNRE Y FRFRLTEYEEA,
4 B CHEDSRITRBEERD CEVFES,

91

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

the recommended cutting conditions sheet (see page 10).

2. Please see page 9 for recommended tightening torque.
3. MSA arbor is supplied without pull studs.
4. If you'd like MSA type immediately, we can deliver it from distributor's

stock items.

@ | X—H—7E[EH Standard stockitems

O 1 JEBTEES Soon to be stocked

¥ | SIEHEM Make to order
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MSA 1 Nt P U0 MSA Arbor integrated carbide shank

TYPE 97— bR{FE Through coolant hole J FAESEANTA For high productivity ) a @ [é.

L

0 @ v y)
(Carbide shank)

—

E@? HSK No.
|

@ D2-(2mm)

£l

- N L/
HSK &+ %2447 HSK shank type Y—5 2 rFY FEE Coolant duct

e & TFE < % (mm) Dimensions 22 (kg)
Cat. No. Stock | ) camm) 01 02 L $D1 | MD | ¢D2 |HSKNo.| Weight
MSA-M16-140-25-A63 X 25 115 42 140 29 M16 54 A63 2.6
MSA-M16-165-50-A63 X 50 115 42 165 29 M16 54 AB3 2.8
MSA-M16-190-75-A63 X 75 115 42 190 29 M16 54 A63 3.0
MSA-M16-215-100-A63 X 100 115 42 215 29 M16 54 A63 82
MSA-M16-140-25-A100 X 25 115 42 140 29 M16 54 A100 4.0
MSA-M16-165-50-A100 X 50 115 42 165 29 M16 54 A100 4.2
MSA-M16-190-75-A100 x* 75 115 42 190 29 M16 54 A100 4.5
MSA-M16-215-100-A100| 3% 100 115 42 215 29 M16 54 A100 4.7
MSA-M16-240-125-A100| 3% 125 115 42 240 29 M16 54 A100 4.9
MSA-M16-265-150-A100| % 150 115 42 265 29 M16 54 A100 5.1
MSA-M16-290-175-A100( X 175 115 42 290 29 M16 54 A100 5.3
MSA-M16-315-200-A100| 3% 200 115 42 315 29 M16 54 A100 5.5
MSA-M16-340-225-A100( X 225 115 42 340 29 M16 54 A100 5.7
) 1 ET2S5—Ay FERE—RERADEBEOUIEE. PAODEETM  Note) 1. In case of using modular head combined with MSA arbor, apply .
KUREZOETERCLES L, the recommended cutting conditions sheet (see page 10).
R RZOR b R BARE L LA ey R 3 ﬁ:??g% ko MSA type immeciatel, we can deler it iom cistributor's
stock items.

@ | X—/—7E[EH Standard stockitems O  JEEEER Soon to be stocked ¥ SSEHFES Make to order ] 9




I 7 Z h I) - A ﬁ { X { h “EXTREME DIEMATE” EXTDM / MTX type

EJAS5—AYRERLOFSEIE QUL

A FTI1S5—AyRED{FFEFD;EE Attention to mounting head and MSN/ MGN shank holder.

EYaS5—=AYRFDFHFIFEIE Tightening procedure
&) i&#® cleaning
EI1S5—AYR F—IVBEY v I 7 —NTRE—#] (B ULKIFRAF—IL Y+ T7—/N\[TEEG-Body)) DfffEskZ L7 —ICT
AT,
Remove dirt and chips with air from the connecting thread and shank holder.

1) {R$HED nitial Tightening
FMHICT.EI LS —AYNFEES — VBB v I 7 —NTEE—#] (UL ERF =LY+ 77 —/\[TEEG-Body ) itE
HHEDFTRIFHLTLIIZE LY,
Tighten by hand until the head and the shank holder faces meet.

15 A&isheF T2 Final Tightening
MLZaYRO—ILR/NF B ULIZBRAR/F (DST 1 F) [CTIRENVIHETH < EBEE EARHLTIRE L,

BREIN TR VW =R TIZE LY,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(F) (R E 9 ICIREICRRRAN S HIRBTHMD TS5 & RUELVIRE T IERENBIET

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

A FBERIR
1. ZNF RNV O—=)LRNF  BUKFERR/INF (DST A 7 Zh T ERLIEEV A TMNLIBEZESRIESWV),
2. ZNF (3 FDMAFAEICKH > EOERS B TEMHLIEE W,
3. EVAS—AYREF—IVEBIEY v 77 —IN[TBE—& (B ULIFRF =L+ I 7 —/\[TEEG-Body|) DifEZZE S B T REN BN E R IEE L,
Note) 1. Only use the torque control spanner wrench or 2. Please turn the spanner wrench slowly during use.

DIJET DS type spanner wrench. 3. Please confirm that there is no gap.
N pEmp—— )1 ANFREI 2T —AYRKEKICRFEBLTEIE Ao FEESRHET L,
RUBAZ | @RS | —ERWmm) ™5 550 K0 0t o, €925 — o O-EBWE SEUCTEERT TR

Thread | Tightening Torque pannensize CREWNET25—AYRTERR—IBR) . (R F LI TREHEENUBERBEENHUET.)

M8 16N-m 10, 12 3. ZEREW=12 (XEIBHR) DEV15—AYRICDEELTH. EHR/NFDS-122THELTRYET,
M10 16N-m 1 4’ 15 Note) ; mc::c:auslgrorf]ec?]?)z:i?g]stg’rjgggit‘)ﬂlri:?;ust:;r?:er}ev:/::Iarr?:rfhéonfirm that the wrench size is match to the

M12 20N'm 17,19 " dimensions W & C of each modular head. Y

. (There are some cases that modifying the thickness of spanner wrench is necessary)
L M16 25N m 22’ 26 3. ¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches. )

A TEE—RB(EY15—AYRAF—IBEIr+YI7—N) BRERFD;ES Selection of "MSN Carbide shank holder"

HEP16BDEY 15— AYRZERT BB} HESY 1T mmR LEEOHVWEE—&7ZREL T IEE L,
LK T DHFHAHIC K. TBE—EHFIE T BBEENHIET
In case of using modular head over ¢16mm,
please select MSN carbide shank that diameter (¢)D1) is Tmm or more smaller than modular head (¢ Dc).
A wrong selection causes the carbide shank damage.

¢Dc—pD1=1mm TEE

L ZYP5V20.5mmLl EHE
Clearance necessary
more than 0.5mm

TEE—/IDER : pD1
MSN carbide shank
neck diameter

WK ZBRETRH. J-5V M. I7T70-D
ERZHRLET,
Coolant or air blow is recommended to remove the chips.

EV25—AVROTE: ¢Dc |
Modular head cutting diameter !

A REFDHKRIVI ~DER){FIFEFD;EE  Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —NITEE—E LTI 15— A\YREREFHHRILI TERTIERE. EV15—AvRZEFTUT. [FEE—HEI DH

ZREFHUTEIMIFTREVN . ANYROEDFFFIE, FEEEDEICIT>TIZE L,

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
9 modular head together. Please mount a modular head after shrinking fit.

) ANYRERIFEFEREFDETIENAYRPF VIO ITNCLKLBBIENHIFET,

Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.




k45 1-[[E-JL 98 Recommended cutting conditions for EXTDM and MTX

// DIJET

O@LIVARN)—LAEAL AL RT7EALT IS4 X EXTDM R EXTDM type (facemill type)

£asEn|  ITEE @ Dc (mm) Tool dia.
3 A RDUAHZE 1ALYD
I 7o7| puEE | we e ao s | ©50/52x5N | ¢63/66 x 6N
Work materials #13& [Cutiing speed| 7 L—7 feed per tooth
Grades| Vc (m/min) | Breaker apEE(mm) ap f . (min-) (mn\ﬂnfqin) (m%g (mn\ﬂqin)
ap range (mm) Z(mm/t)
05| 055 3,704 3,498
e A S oy 10| 040 2,694 2,544
P ic7560P}170-220-270] MM 0.5-3.0 151035 14547 (23571 4 060 | 2226
Stainless steel (Martensitic) @2 smmelF) | 2.0 030 |vetoo0m)[ 2,021 | vet2o08)| 1,908
Rec?mrzngnded 25 0.27 (¢52) 1,818 (¢66) [1,717
upiocomm (3.0) 0.25 1,683 1,590
R iz i 05| 055 2,692 2,544
—RAT RATU LA 1.958 1.850
(SUS304, 316, 317%) :]Ig 8;2 1’713 1’619
17Cr%& c7560P(120-160-2000 MM 0.5-3.0 : : 979 |’ 771 |
Stainless steel (Austenitic) @E2smmuT) |20 0.30  ve=1g0m)| 1,469 | (ve=1608)| 1,388
Recommended 25| 027 (652) [1,322] (666) |[1,249
Up o £omm (3.0) 0.25 1,224 1,157

@t 17—~y EF / MIXF+BEE—8 (EVa17—~y FRF—IVEBES ¥ 49 7—/\) MTXand MSN type

S H DA £asEn|  TEE @ Dc (mm) Tool dia.
_ ADYAAHE 1ALY 0
5 ) At Fu | UHLEE | H#E Depth of cut BYE (JEAAEN 8 R
T #4138 |Cutiing speed| 7 L—7 feed per tooth
Grades| Vc (m/min) | Breaker ap#iE(mm) ap fz(mmit) (min-) (mn\1{nfnin) (mrilﬂ) (mr¥r;in)
ap range (mm)
0.5 0.55 3,610 3,852
INTIoHA FRRAT VLA 1.0 0.40 2,626 2,802
(SUS403’14;£;$20' 430%) |;c7560p}170-220-270] MM 05-25 15| 0.35 ( \/212%?#) 2,297 (\lZS):#) 2,451
R c= = = c
Stainless steel (Martensitic) 201 030 V555" | 1,969+ (4a0) [ 2,101
2.5 0.27 1,772 1,891
XA LERS LR 05| 055 2,625 2,801
— AT MNRAT A/ b
et N of 55 | 1o 18] 1273 e
17Cr% JC7560P[120- -2000 MM 05-25 . . (chmgﬁ) , (Vc=1§305§) ,
Stainless steel (Austenitic) 2.0 0.30 (¢32) (1,432 (040) 1,528
2.5 0.27 1,289 1,375

L hyBARBHLES, ap: tIAARE, Ve: YIBLEE, £ :Overhung length, ap: Depth of cut, Vc: Cutting speed,
N:TERERERE, Vi#EYRE z:1AHBYDFEYE N :Spindle speed, Vf: Feed speed, fz: feed per tooth

FERLEDEIEEE

1. ERROUIHIEEE. BRAIES LU — RIS CTHRECES W,

2. ERRIFEE LR S 3xDe BDOYIHIEHTT ., AROEY . RBELESIZE CTYEIEERE Ve (m/min) &% Y5EE VE (mm/min)
EIRBCEEL,

3.FSAYH (T7—) EHELFET,

NOTE

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

2)In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.

3)Use air blow.

MM 7 L= RBEONKEORWAY ANETHhID
=, ap=3mm LI TTHOEMAEZHERBLET.

MM breaker insert has helical cutting edge, so
recommend to use at ap=3mm or less.

EHL=E Ve Vf

2/Dc (m/min) | (mm/min)
~3Dc  1400% | 100%
Or under 3Dc ° o

3Dci##E~5Dc
Over 3Dc, up to 5Dc 70% 70%

WK S 2 E 2% A Max. ramping angle

ITEZE@mm)| BRKSVEVTH
Tool dia. Max. ramping angle
32 0.7°
40 0.8°
50 1°
52 1°
63 0.8°
66 0.8°




o\WE

r -
N VA IR #VY2AL DIJET INDUSTRIAL co., LTD.
X #t T547-0002 APRHFEHFXIIEER2TH1E185

TEL. 06(6791)678114% FAX. 06(6793)1221 ;

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan
Phone: 81-6-6791-6781  Fax: 81-6-6793-1221 1509001 [§|1S0O14001
JQA-2089 JQA-EM1580

EHlR
WEREX/E (RERESFR) WERA TR
T341-0038 BEE=MrihR 17T 582 ResidenciaZ® 1F T430-0926 s SN XA LBT340& D7
TEL. 048(949)7720 FAX.048(949)7730 TEL. 053(456)2133 FAX. 053(456)7938
WERERESER WAPRZIE (KIRESEFR)
T221-0835 #F/| S EMER | [XER12T B268 4 $53%ME)LEF TH547-0002 KBRMFHEXMEHRLTH 18185
TEL. 045(290)5100 FAX.045(312)0066 TEL. 06(6794)0216 FAX. 06(6794)0217
WHLRIRE SRR WELLEZEr
T373-0818 BEEKAT/IEALG 1 4EH T939-8096 EILMEAR17&E205 ERE_E)L 1-B
TEL. 0276(45)8588 FAX. 0276(46)7446 TEL. 076(425)5171 FAX. 076(425)5187
Wl&E4 742 WLESESE
TI83-0852 lEh=MEXEMS T B2E&E35 T734-0022 [hEmMXEE]TH23%F 155 #fNEIL1F 1035
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 082(282)3712 FAX. 082(282)3742
BEHEZE (BHEEERR) W NESERR
TA66-0034 ZHEMRFIXAFE 1 TE39FEH2 TU /U1 F T812-0011 EEMESXELIRFI4T B38E3S &%/ \BEAL/LEF
TEL. 052(851)5500 FAX.052(851)8311 TEL. 092(284)4610 FAX.092(284)4617
W=TE5

T446-0058 ERKRLHH =94 1T H15&H10 >745T— 8F
TEL. 0566(71)0505 FAX.0566(74)3717

BE #t T 15 7547-0002 AFRFEEHXNER2THIZE185 TEL. 06(6791)68781 FAX. 06(6793)1221
= E E ¥ Fr T518-0205 == EFEMFASAK/E8-14 TEL. 0595(52)2800 FAX. 0595(52)284 1
BE H # I & 7584-0022 ABrIEHEMMHEIR2T B 18235 TEL. 0721(23)2700 FAX. 0721(23)2705
SBILR
IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany RM.N0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
Khet Suanluang, Bangkok 10250, Thailand B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IHDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Shanghai 200122, China 322, ARCADIA
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Hiranandani Estate, Patlipada, G.B. Road,
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Thane (W) 400 607, India
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town, Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
Dongguan City, Guangdong Provence, 523850 P. R., CHINA IDIJET Incorporated (U.S.A.)
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100  Fax. 1-734-454-9395
FATBROU— DI e
o A 1— 1— TEE
http://www.dijet.co.jp 0120-39-81-39  fixos61031230

CHEALEDERE TaERSCTRAVRELDIC
C ONE G TERALBNTLEE V. @XEREFEPRITOH D TRRF}MEALEN TS,
O T DR, BEMECLBT HICTERLEE W X RERFPRENN—ZTEALIZT V.
WARNING: °Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* oCutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

OILEMHIF WEDHTERLEEIHTENGBUET . Specification shall be changed without notice.
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