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“QM MAX GII” GMX / MXG type with high efficient roughing.
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Ao w -l QM MAX GII” GMX / MXG type

4% R Features of product
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Greatly improved metal removal rate! For high efficient roughing. Wide application range.
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Inserts with optimum cutting edge for its use.

% Compared with conventional positive type cutter, chips thickness of QM MAX G || reduced by 14%
(in case of ap=0.6mm, insert No..ENMU-PH).
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Optimum cutting edge ‘

ENMURZ (T L—A80) ENMQFE (T L—H1aL)
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ENMU type (with breaker insert) ENMAQ type (non-breaker insert)

Low cutting force inserts Inserts with strengthened cutting edge
for high feed machining. for high hardened materials.
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Economical double-side insert (4 corners).

4 shapes & 7 type inserts are available.

They can be widely applied from general steel to hard-to-cut materials such as hardened
die steel (up to 62HRC), high strength stainless steel, titanium alloy & inconel.

®SA2F Y Lineup
tﬂﬂﬂ*i?ﬁ Sharpness ﬂ?ﬁgﬁfﬁi*ﬁ Strength

ENMU100412ZER-SL ENMU100412ZER-PH ENMU100312ZER-HL ENMQ100312ZER

{EEHAZ T L—H “AEIL—h ‘SEENTAILV—AH JIIT—H
I v—TRAFDOT—T IR AFEREDH B T—IT A ARL—RIFETF T L—AICEY - EFEREICIV TG ERIF
-#1#8JC7550, JC7518 -#418JC8118, JC8050, JC7560 BEEEER ###8DH102
-#1#&DH102 *60HRCL EDSEEM
*60HRCU TOEEEMIITICRE MIICHE
Breaker with low cutting force +Breaker for general use +Breaker for high hardened material *Non-breaker
+Sharpe & wavy cutting edge -Strong & wavy cutting edge -Secure strength by straight cutting +Polishing top & bottom surface
+Grade : JC7550, JC7518 +Grade : JC8118, JC8050, JC7560 edge & low breaker angle +Grade : DH102
+Grade : DH102 «For high hardened material over 60HRC
+For high hardened material up to 60HRC

AV —MEBROBR -IR—Y Application for the choice of inserts
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Possible to stable h|gh feed machining in case of XAYIEG25TSVEY T AT ETHILTHE (BHIERRR YT 1 T ERFHEE) o
long overhung length over L/D=6. Excellentin ramping and helical interpolation,

and possible to high efficient pocket milling.
% Max. ramping angle 1°in case of using ¢25 tool dia.



Aol QM MAX GII” GMX / MXG type

t7] 5l 1% g€ Cutting performance

Q t)J ﬁu;&*ﬁthﬁi 1800 X (X577 Feed force)
Cutting force ' #16% Y (E573 Main force)
comparison ° 1,600 D 1 Z (8497 Backforce)

é 1,400 own: ©71  (Resultant force)
£ 1200 — N — R (wwist: ssoc R
£ 1,000 —— = ] = — [ X&EWUHH) Mat'l: C50
= 800 +——— I I @JHIZ4 Cutting conditions :
5 | LY &EDH) Vc=120m/min, fz=1.0mm/t,
~ 600 1— — —_ — ap=0.6mm, ge=15mm
B e IHvAvk I7J0—
g 400 — — —  Z(ESN Down cut Air blow
ol
B 200 — —ahn @ TEE Tool No :
0 = MXG-4025-M12 (25X 41 %)
W R IVIAT AT —MXG R AP —hHZE Insert No :
Comventional tool ($25X447) 9 ENMU100412ZER-PH(JC81 18)j
(EY25—947)
MXG type( ¢ 25x4N)
PH7 L—AIdWRIBEICEA.
E5LBEEYHEliEE
. n “PH breaker insert” is excellent in fracture
o JEU BEE?]:EEQ resistance and possible to higher feed machining
.. than conventional tool.
Feed limit fz=11Amm/t|fz=1.4mm/t | fz=1.6mm/t
comparison /HEI]M : SKD61 (46HRC) h
PH Mat'l : 1.2344
— @IHIEH Cutting conditions :
lel;'eakjejr O O O Vc=95m/min, dp=1.0mm, de=0-19mm
PvFRIIVAYE ITFTO—
LM ER S Up&down cut Air blow
Conventional O X @ TEMZE ToolNo :
tool MXG-4025-M12 (p25X44 1)
A VY —IHZE Insert No -
ENMU100412ZER-PH(JC8118)
\_ )
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Tool life comparison
WNFoEEMA . Fiw20%UP
(1)SKD11 (%#%) 1.2379(Raw) Achieved 1.2 times longer tool life compared with conventional tool.
0.4
110m
BEFEX
0.3 Large wear
110m
EEERE
(HHERT )
0.2 Y Normal wear

(still able to continue)

0.1

=@~ DIJET: ENMU100412ZER-PH (JC8118)
== DIJET: fi¢5E & Conventional insert (JC8118)

0 10 20 30 40 50 60 70 80 90 100 110 120
NEITR (m) Cutting length

BAEFEEEREE (mm) Max. flank wear

#WEl#t : SKD11 (%#)
Mat'l : 1.2379 (Raw)

@tJHIZ#E Cutting conditions : Vc=180m/min, fz=1.2mm/t, @p=0.8mm

@RI Pocket milling : 75X60X30mm  §"9>Awk Down cut  T77 70— Air blow

O@ZH UK Overhung lenght : 60mm SV E>J'EE Ramping angle :1° 1XICTHIL Test by one insert

@ TLEFE Tool No : MXG-4025-M12 (¢25X41H) A B —K~FEE Insert No : ENMU100412ZER-PH(JC8118)
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Tool life comparison

(2)F9 &% Ti-6Al-4V Titanium alloy

0.4
] M2t D 31Z 3 times longer tool life.
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:;é ’ 1.5 times longer tool life.
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™ -l M4t Competitor M
-4~ F4t Competitor F
0' \ : : \
0 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15

YIEIR (m) Cutting length

16

#WHEl# - Ti-6A1-4V
Mat'l : Titanium alloy
@K M Cutting conditions : Vc=60m/min, fz=0.7mm/t, @p=0.5mm, de=15mm
S92 Awk Down cut BTN (SHERESIH) Wet (external coolant)  1XIICTHIL Test by one insert
@ TLEME Tool No : MXG-4025-M12 (¢p25X41H)
A Y —REE Insert No : ENMU100412ZER-SL(JC7550)

Q HFnlt&

Tool life comparison
(3)SKD11(60HRC)
0.6

F#tD1.31%
1.3 times longer tool life.

0.5

Fit
Competitor F

0.4

24m

ENMQ100312ZER
DIJET

0.3

32m
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16 24
&R (m) Cutting length

BAEIFEEREE (mm) Max. flank wear

32 40

#HEI# : SKD11(60HRC)
Mat'l : 1.2379
@LJHISE#F Cutting conditions : Vc=80m/min, fz=0.3mm/t, @p=0.2mm, de=15mm
' Awk Down cut  S4EBI 77— Air blow(External) 4R ICTHIL Test by 4 inserts
@ TLEMFE Tool No : MXG-4025-M12(p25X448H)
A Y —MES Insert No : ENMQ100312ZER(DH102)




Aol QM MAX GII” GMX / MXG type

@EII:I':I*EEE Line up
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Facemill type
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Through coolant hole
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0 PN Body

ENMU100412ZER-3*
52 50 40 |22 17 [ 104 | 6.3 20 ENM:#10031 2ZER-ssk
63 50 48 |22 17 | 104 | 6.3 20
66 50 48 |22 17 [ 104 | 6.3 20

DN NN BN BN J
N NN NN NN

66 50 48 |27 20 | 124 | 7 22

@ A—H—FEEER Standard stock items
SeBA RS E R (HA1 08 ~2BR2E) stockin Europe. (14 days delivery upon ordering)

). AT VY —MIEIFAATHIE R e
2. LYFBEUVT SV TRUBHEFERLA (MOLY) BAFICHIBLTBUFE A (BIFE) o BIEBRH T,
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.

& A5

TSW-2567H A-08

TSW-2567H 1.1

g N

M EME (CEN S M+ REOGNUE(C KXY REES65HRCU EEFEEN DAEFIE< SR T AFEMAMS LT EHH
ZEHEREHE30% L E7 Y T BEE IR TRHFICORNZEREBLER T SSIC UK T DBEE. EOREZIH T 2MROHIET,

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
keffect is much improved. /
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End Mill type /
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Through coolant hole
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16 | 16 | 30 | 70 100 |14 | 16 | 35°
16 | 16 | 50 [100 | 150 |14 | 16 | 12°
20 | 20 | 50 | 80 | 130 [172| 20 | 2%
20 | 20 | 80 | 80 |160 |17.2| 20 | 1° | ENMU100412ZER-#%
25 | 25 | 60 | 80 140 |22 | 25 | 2¢ | ENM*100312ZER-#:
25 | 25 [100 | 80 | 180 |22 | 25 | 09
32 30 | 70 | 80 |150 |29 | 32 | 15°
32 | 30 (120 | 80 |200 |29 | 32 | 0§

TSW-2567H A-08

( 2N AN BN BN BN BN BN J
aloa|s|rlw 0| N

@ A—H—TEEES Standard stock items

). AECA VY —NMIEHRAATHIEE Ao
2. LYFBLUT S TRUBEFEFLER (MOLY) BAEICHBLTHBUFE A (BIFE) . BESRHIZE V.
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.

TSW-2567H 1.1




Aol QM MAX GI” GMX / MXG type

Line u
QEJVIS—AYRIAT vl
Modular head type |

TEHI

G-Body,
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@J—SURRSE

Through coolant hole
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QZKMS Body
~ti% (mm) Dimensions 2R Parts
577h0 -
W& & | IH HIEAA— Clampscrew | (10 BT o)
Cat. No. Stock |[No-o pc | Lt | #Db | MD | C | W A?ﬁl’:;:'e §
MXG-2016-M8 ® | 2 16|23 |14 |M8 | 8 12
MXG-2017-M8 ® | 2 | 17|23 |14 |mM8 | 8 | 12
MXG-3020-M10 | @ | 3 | 20 | 30 |18 |M10| 9 | 14
MXG-3021-M10 | @ | 3 | 21 | 30 |18 |Mi0| 9 | 14
MXG-3025-M12 | @ | 3 | 25 | 35 |22 |M12| 11 | 19
MXG-4026-M12 | @ | 4 | 26 | 35 |225|M12| 11 | 19 | ENM*100312ZER-+: TSW-2567H A08
MXG-5030-M16 | @ | 5 | 30 | 43 |27 |m16]| 12 | 22
MXG-5032-M16 | @ | 5 | 32 | 43 |29 |m16]| 12 | 22
MXG-5035-M16 | @ | 5 | 35 | 43 |29 |m16]| 12 | 22
MXG-6040-M16 | @ | 6 | 40 | 43 |32 |M16]| 14 | 26
MXG-6042-M16 | * | 6 | 42 | 43 |32 |M16]| 14 | 26

@ X—H—FEEER Standard stock items

i 3 52 (FhER1 ~2;BRFZE) Stockin Europe. ays delivery upon orderin
YeBHERWE B (WHI 1 0B~ 2 BRA2RE) Stock in Europe. (14 days delivery upon ordering) 2527 h0 HE3ZRLY (N-m)

). AEICA P —NEEHHAA THIFEE o BEEB RO EE W, Clamp screw Recommended torque
2. EVaS—AYROBERNIF LI 31 2R—IETSREE L,
3. LYFBEUTSY TR AR (MOLY) [EAEICRHEL THUE R A (BIF)  EEERDZS L, TSW-2567H 1.1

Note) 1. All cutters are supplied without inserts.

2. Please see page12 for recommended tightening torque.
3. All cutters are supplied without wrench & MOLY.
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QXA Y —bB Insert

ENMU100412ZER-PH ENMU100412ZER-SL @ENMU1 00312ZER-HL @ENN\Q1 00312ZER

T
@:A—N—TEES Standard stock items
15 —210EAWTY .
10inserts per case.
TSW-2567H 11
TSW-2567H A-08

o 4 9 —bDEFI~Y —2T(C DT Discrimination of grade for insert.
ME(O—FT4 VD TEILA VY- NREDIY—ITHEIBIE T CERDRRICIF RS,

Each grade shows discrimination mark on the insert surface.

ENMU100412ZER-PH ENMU100412ZER-SL
éz % Vi ©
o o o o o
JC8118 JC8050 JC7560 JC7518 JC7550




Aol “OM MAX GII” GMX / MXG type

o A8 — I‘ig?Ra) E§ Application for the choice of inserts
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O:ZE—HESR First choice, good condition  O:—AREIHI Moderate condition  @:RZZTEYIEN Unfavorable condition  Yr:BREFEFEIHI Light cutting X AREJE No good
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Line p

Q EBE—R (Evis—~vrEF—LBEY I 7—N)
MSN Carbide shank arbor rﬁ!

BIVRIIVIvTIAT Endmil shank type 5 BANU—R7P—/INF A Straight arbor type
.ﬂ—iyl\ﬂﬁi Through coolant hole ‘%§E$DDI For high productivity .7—5‘/#7’?19‘%5 Through coolant hole OE’FTE%?J[II For high productivity

} I ‘ ' .
0D2 I—S VR g ¢D2: 7—S5hJRE Coolant hole dia.
PRI

Fig.2 9 Coolant hole dia.

$Ds he

W B ~ti (mm) Dimensions =8¢ = W& R ~ti (mm) Dimensions E5(kg)
Cat. No. Stock| opDs | 21 | L |eD1|6n° | MD | oD2 [Weight : Cat. No. Stock | ¢Ds L MD | ¢D2 | Weight
MSN-M8-20-S16C @® | 16| 20| 75(155| - 0.17| 1 MSN-M8-87S-S14C [ ] 14 87 M8 4 0.16
MSN-M8-40-S16C @ |16 | 40| 95(155| - 022| 1 MSN-M8-137S-S14C o 137 0.26
MSN-M8-40T-S20C @ | 20 | 40/100(14.53°30 0.36| 2 MSN-M8-97S-S15C [ 97 0.21
MSN-M8-77T-S20C @ (20 | 77143 (14.5/1°45'| M8 | 4 |0.49| 2 MSN-M8-147S-S15C [ ] 15 147 M8 4 0.33
MSN-M8-80-S16C @® |16 | 80|135(155| - 0.32| 1 MSN-M8-197S-S15C o 197 0.44
MSN-M8-120-S16C @® | 16 |120|175(155| - 042| 1 MSN-M8-107S-S16C o 16 107 M8 4 0.27
MSN-M8-152-S16C @ | 16 |152|207 [15.5| - 051 1 MSN-M8-157S-S16C o 157 0.40
MSN-M10-20-S20C @ 20| 20| 80(19.5 - 029 1 MSN-M10-130S-S18C | @ 130 0.42
MSN-M10-40-S20C @® | 20 | 40/100(19.5 - 0.39| 1 MSN-M10-190S-S18C | @ 18 190 | M10 4 0.62
MSN-M10-40T-S20C | @ | 20 | 40100 (18.5/0°43’ 039 2 MSN-M10-240S-S18C | @ 240 0.89
MSN-M10-70-S20C @® | 20| 70/130(19.5| - 050| 1 MSN-M10-130S-S20C | @ 130 0.53
MSN-M10-85T-S25C | @ | 25 | 85|161|18.5 2° 090| 2 MSN-M10-190S-S20C | @ 20 190 | M10 4 0.78
MSN-M10-90-S20C @ (20| 90|150(19.5| - |M10| 4 |060| 1 MSN-M10-250S-S20C | @ 250 1.02
MSN-M10-90T-S20C | @ | 20 | 90|150 (18.5/0°19’ 0.58| 2 MSN-M12-185S-S23C | @ 23 185 i 6 0.98
MSN-M10-140-S20C | @ | 20 |140|200(19.5| - 0.80| 1 MSN-M12-265S-S23C | @ 265 1.42
MSN-M10-140T-S20C | @ | 20 | 140|200 [18.5/0°12' 0.77| 2 MSN-M12-185S-S24C | @ 24 185 M12 6 1.07
MSN-M10-160-S20C | @ | 20 | 160|220 |19.5| - 087 1 MSN-M12-265S-S24C | @ 265 1.54
MSN-M10-210-S20C | @ | 20 |210|270|19.5| - 1.07| 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-25-S25C @ 25| 25| 9024 | - 053] 1 MSN-M12-215S-S25C | @ 25 215 | M12 6 1.36
MSN-M12-55-S25C @ 25| 55/120(24 | - 072| 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M12-100T-S32C | @ | 32 (100|180 |23.5 2° 161 2 MSN-M16-160S-S28C | @ 160 1.22
MSN-M12-105-S25C | @ | 25 [105|170(|24 | - |M12| 6 [1.03| 1 MSN-M16-230S-S28C | @ 28 230 | M16 8 1.77
MSN-M12-135-S25C | @ | 25 |135|215(24 | - 1.30| 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M12-155-S25C | @ | 25 (155|220 (24 | - 1.34] 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M12-200-S25C | @ | 25 |200|265 (24 | - 1.58] 1 MSN-M16-217S-S32C | @ 32 217 s 8 222
MSN-M16-25-S32C @ 32| 25 90(29 | - 0.85| 1 MSN-M16-287S-S32C | @ 287 2.94
MSN-M16-55-S32C ® | 32| 55/120(29 | - 1.13| 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-77-S32C ® 32| 77|/157(29 | - 147 1 @:A—H—TEER Standard stock items
MSN-M16-97-S32C @® | 32| 97|177|29 - 164 1 F) EVAS—AYROEERGFINLIE12R—IZTBRIEE V.
Note) Please see page 12 for recommended tightening torque.
MSN-M16-105-S32C | @ | 32 |105|170|29 | - 159 1
MSN-M16-117T-S32C | @ | 32 |117|197 (29 |0°38 188| 2 -
TRE—1F (BB +> 7 —487 —/N[BT/HSKY v 791 F])
MSN-M16-127-S32C | @ | 32 | 127|207 |29 | - 1.89] 1 FZ5505
MSN-M16-127T-532C | @ | 32 [127]207 |29 |0°30|M16| 8 |223| 2 e s e et ber
MSN-M16-155-S32C | @ | 32 |155/220(29 | - 204| 1
MSN-M16-177-S32C | @ | 32 |177 (257 |29 | - 232 1
MSN-M16-177T-S32C | @ | 32 (177|257 (29 |0°23 278| 2
MSN-M16-195-S32C | @ | 32 |195|260(29 | - 240| 1
MSN-M16-197T-S32C | @ | 32 (197|277 (29 |0°23 3.00| 2
MSN-M16-225-S32C | @ | 32 |225/290 (29 | - 257 1
MSN-M16-245-S32C | @ | 32 |245/310(29 | - 274 1
MSN-M16-295-S32C | @ | 32 |295|360(29 | - 317 1

@ X —H—FEEER Standard stock items
) EVISAYROHERMMFINLI312R—I TSRV,
Note) Please see page 12 for recommended tightening torque.



Aol QM MAX GI” GMX / MXG type

Q@ 1BEl G-Body (®v25—AvrRERF—Lovvo7—1)
MGN G-Body steel shank arbor

OSHIENOMAKICENSG-Body @¥3—h917
OEHURIHMEVIITRRIIIROEW < Flid Z T K DIRIEXRICIE

JAZAMNT A=V RAICHEBNIEBEG-Body (RF =LY+ ) ZHRVIELET,
@Adopted ultra-rigid and improved body durability "G-Body".
@Short type
@Cost-effective and high strength steel shank arbor.

MBI VRSV TIAT Endmill shank type
.7—57#7‘(17}3 Through coolant hole

G:Body,
o wmnmmmm
s
' ‘_Ii :
Ql = = = = - oo
s 1 ¥ ‘ A
[ =
\ 21 | ‘
\ L
M= s ~ti% (mm) Dimensions E8(kg)
Cat. No. Stock|¢Ds| g1 | L | D1 |6n° |MD|¢D2| Weight
MGN-M8-17-S16 ® |16 | 17| 97|155| — | M8 | 4 0.13
MGN-M10-30-S20 @® (20| 30 (10019 — |[M10| 4 0.21
MGN-M12-35-S25 @® | 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 ® | 32| 77 |157 |29 — |[M16| 6 0.83

@ X —H—FEEER Standard stock items

) 1. EY2S—AYRNETEEG-BodyfBH B DO I DEIHIRME. 16~22R— I DIREHIRHRE ZDFFEALEE V.
2. EVAS—AYROHERRHFIMILIE1 2R—IZ TSR,
Note) 1. In case of using modular head combined with MGN steel shank arbor, apply the recommended cutting conditions sheet
(see page 16-22).
2. Please see page 12 for recommended tightening torque.



QEJVAS—AYREHRLEDEZEIT  Attention
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& EIaS5—AvEF BUFIFEFDEE Attention to mounting head and MSN/ MGN shank arhor.

BWEY 15 —NYRFEOFIFFIE Tightening procedure

DiE#F Cleaning
EIVAS—AYR F—IVBEY vV I 7 — /N [TEE—&] (BbL
KBEBRF—IWY+>TI7—N[TEEG-Body)) DffFEE7ZE L7
—ICTERLIEE L,

Remove dirt and chips with air from the connecting thread and face of
modular head and MSN/MGN shank arbor.

@{##s Initial Tightening
FHOICT.EV21S—AYRHEES —IVBEY v T 7 —
NITEE—®] (BULEBRF—ILIYvVIT7—/N[TEE
G-Body|) iEINHzBF TIRFEH LTI ZE L,

Tighten by hand until the head and the shank arbor faces touch.
@AM -FT YT Final Tightening

ML RO—=ILANFBULIGFERR/INF(DST A ) IC
T HREMNVIBETH K EEEESBARFHOLTIEEN, R
SN At G rara A

Tighten slowly with torque control spanner wrench or DIJET DS type spanner
wrench and confirm that there is no gap.

CH)IRfEDE S ICIREICBRRAN S HIRETARH T D &L
RUBKVIRETT BERENHIE T,

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

A\ EEEIE NoTE

1. ZNFFMV7arsO—LRINF B ULIFERR/NVF (DS
I4 ) 2 S ERIEEVIATNLIBEZESRLIEEW),

2.ZNF & ot FAmIC <K W EEERS B TARDHLIEE L,

3.EVAS—AYREA—IVBEY v I T —/\N[TEE—# (B
LLIGRF =)L+ T7—/\[TEEIG-Body)) DifEZEE
ST RENBRVTEZRERLSEEL,

Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench.

2. Please gently apply pressure on wrench.
3. Please confirm that there is no gap between MSN/MGN shank arbor and modular head.

flHIx BEHRFFNILY ZEfE W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¢
M8 16N-m 10, 12%
M10 16N*m 14,15
M12 20N°m 17,19
M16 25N*m 22, 26

) 1. RANFRBEYAS—AYRFFICEHBLTBUF Ao BIESROIZEN,

2. ML7aVRO—JLRNFBEDBRR EV 25—y ROZEE (WE) KU
CiEZM S THEIEET VW (EEVIS—ANYRTERR—IBR).
(RNFICESTR>BEHEENBRBEERDBENHIET,)

3. ZEBEW=86L<LIF12 GXEIBR) DEV1S5—AYRICDOEXL T FAR/NF
DS-8BULLIFDS-12ZZHELTHEUET,

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. Yc mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

Aﬁﬁlﬁl—@ (BYa2S5—AYRBAA—IVBEY v+ I 7 —I\)EERFD;ER Selection of "MSN Carbide shank arbor"
HEQ16BDEI 15 —AYREFERT 3ESI AESYV TmmLl LEZOMVWEE—#BEEBEL TIEE L,
U< FTDHHAHC KL JEE— BN I T BB HIET,

In case of using modular head over ¢16mm, please select MSN carbide shank arbor that diameter (¢D1) is 1Tmm or
more smaller than modular head (¢Dc). A wrong selection causes damage to the carbide shank.

¢Dc—pD1=1mm TEFE

TRE—fDEE: ¢D1

MSN carbide shank
neck diameter

EIaA5—AYRDHE: ¢Dc

JUF S5 R0.5mmB EHE

Clearance necessary
more than 0.5mm

VLK T ZRET DI T—F U,
I7JO0—DFERAZEHELET,
Coolant or air blow is recommended for
flushing the chips.

Modular head tool diameter

& 'kﬁi‘flfy)m)|/9\’\0)H2U1‘1U'H§®5§E% Caution for the mounting to shrink fit holder.

F—IVBEY v I 7 —NITRE—&] EEV 15— N\YRZEFEEFOHNIVI TERAT BEIF. EI15—AVRZERTL
T, [TEE—#) DHZFEEFHUTEIFIFTTIIEEV.. AYROERUFFIF I, HREFDRICIT>TIREE 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 modular head together. Please mount a modular head after shrinking fit operation.

) ANYRERFITEFFREFSHETIENAYRPF VIR ITNCLLBBTENBIFET

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.

12
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13

7]'] I $ 19'] Cutting data

® FSBRONMIEH 1. Machining on Plastic mold
ZHURSE Overhung length : 100mm /J"‘—:J“E Gauge length : 250mm

B

PV FHEHEQ=229.2ci/min%Z =R .

365304 ML > B —MEREERE.
Achieved high metal removal rate (Q=229.2cni/min). After machining for
3h30min, insert showed normal wear.

@ ATV ADAITIER 2. Machining on Stainless steel

;gtl:ll LRE Overhung length : 60mm

SVEVIURHSHRZOEIINT.
RITMHRIF2~3AFRDIIITEGRICK U 3AMIIIE
BIEREFR(EERTEE).

Circular grooving while ramping. Competitor machined only 2 or 3 works, but
DIJET finished 3 works and showed normal wear (still able to continue).

@ SEEMOITIZESH 3. Machining on High hardened material

ZHUKRT overhung length : 155mm  FFEIFEAIL Face milling (roughing)
T—IHA X Size : 145mmx98mmx82mm

13— SV I (EIEIR225m),
INIMHENSHREF TEHREICKETBEEEIREL

) |2 =T 18
Machining time: 3 hours per corner. Cutting length: 225m. Possible to stable machining from
beginning to end.

B Partname 758 Plastic mold
FWHNTATRL Work #REIA Material S55C €55
FES Hardness —
F5& Tool No. MXG-5035-M16
T8 Tool
A A =M/ InsertNo. | ENMU100412ZER-PH(JC8118)
ElsRE, JIHIRE | N 1,910 (min™)
Spindle speed
Cutting speed Ve 210 (m/min)
NV Vi i
wome || Ve b
S Feed speed f 1.2 (mm/t)
Cutting conditions
ap 0.8 (mm)
Qe 25 (mm)
J—Z>h Coolant DRY

{EFARE Machine SLFHMC Vertical MC
4033
25 Partname HEMEER SR Machine parts
WA AAL work HWHIA Material SUS304
FES Hardness —
5% Tool No. MXG-3020-M10
T8 Tool
A A=/ InsertNo. | ENMU100412ZER-SL(JC7550)
ElERE. JEIRE | N 1,600 (min™)
Spindle speed [t
Cutting speed Ve 100  (m/min)
Lok
o | V[3200mn) 5 R, 2.400(mi)
Feed d . R EY .
EfF e f10.66(m/min) paékfj;zﬁ'rgo‘eo.S(m/mm)
Cutting conditions
ap 0.3 (mm)
ae 20 (mm)

J—22b Coolant

72X (RIERAAIH) Wet (Internal)

{EFRHEME Machine | #4MC (BT501E4%) Horizontal MC (BTS0)
4002
L5 Part name T AME—Z Test piece
AT AHL work #HEI# Material SKD11 1.2379
FES Hardness 60-63HRC
5% Tool No. MXG-5032-M16
TE Tool
LA —MBE nsenhlo|  ENMQ100312ZER(DH102)
BERE, YIHEE | N 800 (min™)
Spindle speed  [rrree e
Cutting speed Ve 80 (m/min)
goge | 1200 (mm/min)
e U 0.3 (mm/1)
Cutting conditions
ap 0.2 (mm)
ae 16 (mm)
J—Z2h Coolant S}EBI 77— Air blow (External)
{EFAE Machine ALSMC Vertical MC
4225



// DIJET

075 LERRE LD I— THRINES Definition of corner shape for programming

ENMU100412ZER-PH 1 ! .O(Ez]s ) gg; 8
ENMU100412zER-SL | o | 1.5 Standard :
20 0.22 0.05

ENMU100312ZER-HL
ENMQ100312ZER

3.3

1.0 0.55 0
1.5(E7K Standard) 0.41 0
2.0 0.26 0.04

14



Aol QM MAX GI” GMX / MXG type

’O774 LIl IEED;FEEIE Attention for profile milling

aytoyg\\m]I T ’\U7J)l/7J|]I Helical interpolation @YV —IU/NADEHE Calculation of tool pass dia.
. ¢dc = ®Dh — #Dc
W—ILINRE VAXES TER®
/ Tool pass dia. Bore dia. Tool dia.
O— L DEHAHRE N RAYIAHFE apz
5 X MIBVKIICLTLIREEL,
S g / | \ Depth of cut per one circuit should not exceed
E(\{_-l = —| - : — / max. depth of cut ap.
”ﬂi'K . , @YU/ SRDEEARIFT DNy MR ES
— RESEAYICLTL RSV,
Down cutting is recommended, so tool pass
\\ rotation should be counterclockwise.
|
¢dc

OZVEYT AUAIVII T FE) REZRETHIRMHFRD70BU T TINILTLIZE L,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

ORUUZ T ITE (. BhI5 X RE ZARLEYNHISRERD20% U T THNITULTLRZE L,

In case of drilling,apply 20% or less Z axis feed speed from standard cutting condition table.

ORUYUVIIIECIFGERULRVIVK T HRUBBDIZEN HIEI DT RECIFTHERLTLIEE L,

Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

IEEAN T RTAEFR Eff. Cutting dia.(mm) ZELJ AL Ramping
& TE® AT RATAHRE: RAIER RATIAHRRS (@
Cat. No. Too di ) TR N ettt AEO () MIROSMEEL o
ENMU100412ZER-3%3% | ENM3 100312ZER-3 3% Rl Total cutting length at

gle O Max. ap
MXG-2016-M8 16 10.1 96 0.7 1°36' 25.1
MXG-2017-M8 17 11 105 07 1°36' 251
MXG-3020-M10 20 139 135 1 1°30' 382
MXG-3021-M10 21 149 145 1 1°30' 382
MXG-#025-M12 25 18.9 184 1 112’ 477
MXG-4026-M12 26 199 19.4 1 112’ 477
MXG-5030-M16 30 239 23.4 1 0°54' 63.6
MXG-5032-M16 32 258 254 1 0°54' 63.6
MXG-5035-M16 35 28.8 28.4 1 0°42' 81.8
MXG-6040-M16 40 838 334 1 0°30' 1145
MXG-6042-M16 42 35.8 35.4 1 0°30' 1145
GMX-2016-%*-S16 16 10.1 96 07 1°36' 25.1
GMX-3020-%*-S20 20 139 135 1 1°30' 38.2
GMX-4025-%*-S25 25 189 184 1 112’ 477
GMX-5032-%*-S32 32 258 25.4 1 0°54' 63.6
GMX-7050R-* 50 438 43.4 1 0°24' 1432
GMX-7052R-22 52 45.8 45.4 1 0°24' 1432
GMX-7063R-* 63 56.8 56.4 1 0°18' 190.9
GMX-7066R-** 66 59.8 59.4 1 0°18' 190.9

AUAIVRSBVFHNL Helical interpolation

BARUY LI ZREZ Max. driling depth(mm)

4% TER #%/|\7V#% Min. bore dia. Dh min (mm) .
Cat. No. Too dia.(mm) AN Insert o LESTE A MG Insert o
Max. bore dia. Dh max (mm)
ENMU100412ZER-% % | ENM?%100312ZER- % % ENMU100412ZER-% 3% | ENM?%100312ZER- % %
MXG-2016-M8 16 22 21 30 0.3 0.2
MXG-2017-M8 17 24 23 32 0.3 0.2
MXG-3020-M10 20 30 29 38 0.4 0.2
MXG-3021-M10 21 32 31 40 0.4 0.2
MXG-*%025-M12 25 40 39 48 0.5 0.3
MXG-4026-M12 26 42 41 50 0.5 0.3
MXG-5030-M16 30 50 49 58 0.6 0.4
MXG-5032-M16 32 54 53 62 0.6 0.4
MXG-5035-M16 85 60 59 68 0.6 0.4
MXG-6040-M16 40 70 69 78 0.7 0.5
MXG-6042-M16 42 74 73 82 0.7 0.5
GMX-2016-%%-S16 16 22 21 30 0.3 0.2
GMX-3020-*%-S20 20 30 29 38 0.4 0.2
GMX-4025-%%-S25 25 40 39 48 0.5 0.3
GMX-5032-%%-S32 32 54 53 62 0.6 0.4
GMX-7050R-%3* 50 90 89 98 0.8 0.6
GMX-7052R-22 52 94 93 102 0.8 0.6
GMX-7063R-%* 63 116 115 124 0.8 0.6
GMX-7066R-3** 66 122 121 130 0.8 0.6




// DIJET

1R E ) EIl = 4 Recommended cutting conditions

Q TV 1S AYRMXGHHBEBE—B(TY 15 —ANYRRAZ—)VBIE >/ 7 —I\) MXG and MSN type

~50 0.7 ~10 3,580 8,590 ~60 0.8 ~14 2,860 | 10,300
80 0.6 ~10 3,580 8,590 100 0.6 ~14 2,860 | 10,300
120 0.6 ~10 3,180 7,630 140 0.6 ~14 2,550 9,180
~50 0.7 ~10 3,580 8,590 ~60 0.8 ~14 2,860 | 10,300
80 0.6 ~10 3,580 8,590 100 0.6 ~14 2,860 | 10,300
120 0.6 ~10 3,180 7,630 140 0.6 ~14 2,550 9,180
~50 0.7 ~10 3,180 7,630 ~60 0.8 ~14 2,550 9,180
80 0.6 ~10 3,180 7,630 100 0.6 ~14 2,550 9,180
120 0.6 ~10 2,590 6,220 140 0.6 ~14 2,070 7,450
~50 0.6 ~10 1,890 4,160 ~60 0.6 ~14 1,510 4,980
80 0.5 ~10 1,690 3,040 100 0.5 ~14 1,350 3,650
120 0.5 ~i© 1,590 2,860 140 0.5 ~14 1,270 3,430
~50 0.6 ~10 1,890 4,160 ~60 0.6 ~14 1,510 4,980
80 0.5 ~10 1,690 3,040 100 0.5 ~14 1,350 3,650
120 0.5 ~10 1,590 2,860 140 0.5 ~14 1,270 3,430
~50 0.2 7(0) 1,590 950 ~60 0.2 ~14 1,270 1,140
80 0.15 ~10 1,390 700 100 0.15 ~14 1,110 830
120 0.1 Sl 1,290 650 140 0.1 ~14 1,030 770
~50 0.7 ~10 3,980 | 11,940 ~60 1 ~14 3,180 | 14,310
80 0.7 ~10 3,980 | 11,940 100 0.8 ~14 3,180 | 14,310
120 0.6 ~10 3,580 8,590 140 0.6 ~14 2,860 | 10,300
~50 0.7 ~10 3,980 | 11,940 ~60 1 ~14 3,180 | 14,310
80 0.7 ~10 3,980 | 11,940 100 0.8 ~14 3,180 | 14,310
120 0.6 ~10 3,580 8,590 140 0.6 ~14 2,860 | 10,300
~50 0.6 ~10 2,390 4,780 ~60 0.6 ~14 1,910 5,730
80 0.5 ~10 2,390 4,780 100 0.5 ~14 1,910 5,730
120 0.5 ~10 1,990 3,180 140 0.5 ~14 1,590 3,820
~50 0.5 =~1/©) 1,990 2,790 ~60 0.5 ~14 1,590 3,340
80 0.4 ~10 1,990 2,790 100 0.4 ~14 1,590 3,340
120 0.4 ~10 1,790 2,150 140 0.4 ~14 1,430 2,570
~50 0.6 ~10 1,990 1,190 ~60 0.6 ~14 1,590 1,430
80 0.5 ~10 1,990 1,190 100 0.5 ~14 1,590 1,430
120 0.5 ~10 1,790 720 140 0.5 ~14 1,430 860
~50 0.5 o) 1,190 1,670 ~60 0.5 ~14 950 2,000
80 0.4 ~10 1,190 1,670 100 0.4 ~14 950 2,000
120 0.4 ~10 990 1,190 140 0.4 ~14 800 1,440
~50 0.5 ~10 600 360 ~60 0.5 ~14 480 430
80 0.3 ~10 600 360 100 0.3 ~14 480 430
120 0.2 ~10 600 360 140 0.2 ~14 480 430

£ : ZHURT Overhung length  a@p : B75EIDYHAFHES Axial depth of cut - @e: R FBEDYHRAFFEE Radial depth of cut 1 : TEBEHERE Spindle speed Vi : FEWEEE Feed speed

EALEDEBRERE Note:

:1 .J;a@@’d)ﬁll%‘cf#lx\&ﬁﬁll'[ifsctUU—?ﬁIIm:mUﬁE§<fc‘:‘suo _ 5 *1. The figure to be adjusted according to the machine rigidity or work rigidity.

2.01{'}b‘§€$bf:i‘ﬂ‘%l¢\W%ﬂ#éi%iﬂﬁﬁ#)é%(bf(ﬁ:ét\e HHVEEIEREE T THERLEEN, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
FREL A LD RBEALV TS *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

*BHEWMEBNRRDBE . ETAARIERL LS RICNS LU VIE T TERALESW, Feed speed.

4. TT7—T ALV TRRBRIBE T - TSV, SIS SIHMC TOF +ET AT THEII<FRIBIC *4. Use air blow.

EBLEBD,



Aol oM MAX GI” GMX / MXG type

*% ﬁ t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

Q TV 1S —AYRMXGEHBE—H(TY 15— NYREZ—)VIBEEY >/ 7 —]\) MXG and MSN type

2/3
TE#Z(mm) Tool dia.
HELR HELR
i+t A A=k 25 25/26
Work materials %3 i FIE No. of teeth 3N FIE No. of teeth 4N
Grades Insert No.
2 ap ae n 1% 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
#%4A(S50C, S55C) | EnMU ~75 0.8 ~19 2290 | 8,240 ~75 0.8 ~19 | 2290 | 10,990
WE250HBLLT JC8050 - -
o (Can c5s) 100412 | YCo 20| 125 0.6 19 2290 | 8,240 125 0.6 19 | 2290 | 10,990
Below 250HB ZER-PH 175 0.6 ~19 | 2,040 | 7,340 | 175 0.6 ~19 | 2040 | 9,790
TE4H(SKD61, SKD11) | Enmu ~75 0.8 ~19 2290 | 8240 ~75 0.8 ~19 | 2290 | 10,990
BE255HBLIT 100412 SC80%0 "o T 06 | ~19 | 2290 | 8240 | 125 | 06 ~19 | 2290 | 10,990
Die steel(1.2344,1.2379) (JC7560)
Below 255HB ZER-PH 175 0.6 ~19 2,040 | 7,340 175 0.6 ~19 | 2,040 9,790
TUN—K 4R ENMU ~75 0.8 ~19 2,040 | 7,340 ~75 0.8 ~19 | 2,040 | 9,790
(HPM7, PX. P20) 100412 dg?ggg) 125 | 06 | ~19 | 2040 | 7340 | 125 | 06 | ~19 | 2040 | 9790
Mold steel (1.2311,P20)30~36HRC ;| ZER-PH 175 0.6 ~19 | 1,660 | 5980 | 175 0.6 ~19 | 1660 | 7970
TYN—K4E ENMU o118 ~75 0.6 ~19 1,210 | 3,990 ~75 0.6 ~19 | 1210 | 5320
(NAK80, HPM1, P21) JC811 - -
X35~ A3HRC ; gg4; S (c8050) | 125 0.5 19 1,080 | 2,920 125 0.5 19 | 1,080 | 35890
Mold Steel (1.2311,P21)38~43HRC . 175 0.5 ~19 1,020 2,750 175 0.5 ~19 1,020 3,670
f& \148 (SKD61, DAC, DHA) | ENMU100412 o818 ~75 0.6 ~19 1,210 | 3,990 ~75 0.6 ~19 | 1210 | 5320
#E&42~52HRC ZER-PH ~ -
Hardenett die-steel (1 2304,12379) (ENMU100412; (JC7518) | 125 05 19 | 1,080 | 2920 | 125 05 19 | 1.080 | 389%
42~52HRC ZER-SL) 175 05 ~19 1,020 | 2,750 175 0.5 ~19 | 1,020 | 3670
% Ah48(SKD11, SLD, DC11) :ENMQ100312 ~75 0.2 ~19 1,020 920 S 0.2 ~19 1,020 1,220
&55~62HRC ZER - -
Hardened die steel (1.2344,1.2379)(ENMU100312 Sl 122 9s © 80 o0 I8 il 19 g2 Y
55~62HRC ZERHL) 175 0.1 ~19 830 620 175 0.1 ~19 830 830
$ a8 (FC250) ENMU ~75 1 ~19 2,550 | 11,480 ~75 1 ~19 | 2,550 | 15,300
E”g” 60~260HB 100412 | JC8118 o0 0.8 ~19 | 2,550 | 11,480 125 0.8 ~19 | 2,550 | 15,300
ast iron (GG25) (JC8050)
160~260HB ZER-PH 175 0.6 ~19 | 2,290 | 8240 175 0.6 ~19 | 2,290 | 10,990
S954V343%(FCD700) | ENMU ~75 1 ~19 2,550 | 11,480 ~75 1 ~19 | 2550 | 15,300
#%&170~300HB 100412 | JC8118 g 0.8 ~19 2,550 | 11,480 125 0.8 ~19 | 2550 | 15,300
Nodular cast iron (GGG70) (JC8050)
170~300HB ZER-PH 175 0.6 ~19 | 2290 | 8240 | 175 0.6 ~19 | 2,290 | 10,990
F—2FFANRAFLZE | ENMU ~75 0.6 ~19 1,530 | 4,590 ~75 06 ~19 | 1530 | 6,120
(3%3304.31 6.317)17CrR | 4g041p | 47590 I 50 05 ~19 | 1,530 | 4590 | 125 05 ~19 | 1530 | 6,120
ustenitic stainless steel (JC7518)
(AIS| 304,316,317) ZER-SL 175 05 ~19 1,270 | 3,050 175 05 ~19 | 1270 | 4,060
WL R 27248 | ENMU100412 cres0 ~75 0.5 ~19 1,270 | 2,670 ~75 05 ~19 | 1270 | 3560
(SUS630) ZERSL 1 JC755 N -
Precipitation hardening stainless steel | ENMU1 00412 (JC8050) 122 Gn e L2y 2,670 129 o6 I 1270 28
(SUSB30) ZER-PH 175 0.4 ~19 1,150 | 2,070 175 0.4 ~19 | 1,150 | 2760
Z—IN—ZHR AT A8 | ENMU100412 cre50 ~75 0.6 ~19 1,270 | 1,140 ~75 0.6 ~19 | 1,270 1,520
(S32750) ZERSL | JC755 N -
Super duplex stainless steel ENMU100412 | (JC8050) 125 05 19 1,270 1,140 125 05 19 1,270 1,520
(S32750) ZER-PH 175 05 ~19 1,150 690 175 0.5 ~19 | 1,150 920
Fa a4 (Ti-6AI-4V) ENMU ~75 05 ~19 760 | 1,600 ~75 0.5 ~19 760 | 2,130
551;35?43'49(3 100412 | JC7550 o8 0.4 ~19 760 | 1,600 | 125 0.4 ~19 760 | 2,130
itanium alloy (JC7518)
35~43HRC ZER-SL 175 0.4 ~19 640 | 1,150 | 175 0.4 ~19 640 | 1,540
fits4a £ (INCO718) ENMU ~75 05 ~19 380 340 ~75 0.5 ~19 380 460
g ElilRE 100412 | JC7818 oo 0.3 ~19 380 340 | 125 0.3 ~19 380 460
nconel ZER-SL (JC7550)
35~43HRC F 175 0.2 ~19 380 340 175 0.2 ~19 380 460
£ : BHURSE Overhung length - @p: B17SMEIDEHAGHRS Axial depth of cut - e : HRFFTEDENAHRE Radial depth of cut 1 : TEOERRE Spindle speed Vi IXLRE Feed speed
FEALOEEEE Note:
1. LR OHIEE . RIS LT — 7B ISC TR, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
LUV RELEGE I PHAHRSE ERBIELVHEL LIV HBVVEEEREE T TEAEEL, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
722U 1 A DEN B FEALNTEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHEME AT RDHZE I ETYNAARIZXRL LIV RIS LV ViETF I THEALESL, Feed speed.
4. T7 =T O—ICEWPITRREMIBE T TSV BIC IHMCTOF +vET I T TRV FRIERIC *4. Use air blow.

EBLEEV,
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// DIJET

~90 0.8 ~25 1,910 | 11,460 | ~120 0.8 ~32 1,430 | 10,300
150 0.6 ~25 1,910 | 11,460 200 0.6 ~32 1,430 | 10,300
210 0.6 ~25 1,700 | 10,200 280 0.6 ~32 1,270 9,140
~90 0.8 ~25 1,910 | 11,460 | ~120 0.8 ~32 1,430 | 10,300
150 0.6 525 1,910 | 11,460 200 0.6 ~32 1,430 | 10,300
210 0.6 525 1,700 | 10,200 280 0.6 ~32 1,270 9,140
~90 0.8 ~25 1,700 | 10,200 | ~120 0.8 ~32 1,270 9,140
150 0.6 ~25 1,700 | 10,200 200 0.6 ~32 1,270 9,140
210 0.6 ~25 1,380 8,280 280 0.6 ~32 1,030 7,420
~90 0.6 225 1,010 5560 | ~120 0.6 ~32 760 5,020
150 0.5 ~25 900 4,050 200 0.5 ~32 680 3,670
210 0.5 ~2L 850 3,830 280 0.5 ~32 640 3,460
~90 0.6 ~25 1,010 5560 | ~120 0.6 ~32 760 5,020
150 0.5 ~25 900 4,050 200 0.5 ~32 680 3,670
210 0.5 ~25 850 3,830 280 0.5 ~32 640 3,460
~90 0.2 S23) 850 1,280 | ~120 0.2 ~32 640 1,150
150 0.15 2L 740 930 200 0.15 ~32 560 840
210 0.1 ~25 690 860 280 0.1 ~32 520 780
~90 1 ~25 2,120 | 15900 | ~120 1 ~32 1,590 | 14,310
150 0.8 ~25 2,120 | 15,900 200 0.8 ~32 1,590 | 14,310
210 0.6 ~25 1,910 | 11,460 280 0.6 ~32 1,430 | 10,300
~90 1 ~25 2,120 | 15900 | ~120 1 ~32 1,690 | 14,310
150 0.8 ~25 2,120 | 15,900 200 0.8 ~32 1,690 | 14,310
210 0.6 ~25 1,910 | 11,460 280 0.6 ~32 1,430 | 10,300
~90 0.6 ~25 1,270 6,350 | ~120 0.6 ~32 950 5,700
150 0.5 ~25 1,270 6,350 200 0.5 ~32 950 5,700
210 0.5 ~25 1,060 4,240 280 0.5 ~32 800 3,840
~90 0.5 ~25 1,060 3,710 | ~120 0.5 ~32 800 3,360
150 0.4 25 1,060 3,710 200 0.4 ~32 800 3,360
210 0.4 ~205 950 2,850 280 0.4 ~32 720 2,590
~90 0.6 ~25 1,060 1,590 | ~120 0.6 ~32 800 1,440
150 0.5 ~25 1,060 1,590 200 0.5 ~32 800 1,440
210 0.5 ~25 950 950 280 0.5 ~32 720 860
~90 0.5 ~2S 640 2,240 | ~120 0.5 ~32 480 2,020
150 0.4 ~2S 640 2,240 200 0.4 ~32 480 2,020
210 0.4 ~2S 530 1,590 280 0.4 ~32 400 1,440
~90 0.5 ~25 320 480 | ~120 0.5 ~32 240 430
150 0.3 ~25 320 480 200 0.3 ~32 240 430
210 0.2 ~25 320 480 280 0.2 ~32 240 430

£ : ZHURT Overhung length  @p: B75EIDESAFES Axial depth of cut e : ERFBEDYHAFHES Radial depth of cut 1 : TEOEHERRE Spindle speed Vi1 EEEE Feed speed

#EREDEERER Note:

"1 .J:EEW?J%H%#IL mﬁmnq&s;u‘v—qmum:mumgos?»xo _ *1. The figure to be adjusted according to the machine rigidity or work rigidity.

'Z.Ulf’)ﬁ‘iéibfcf\ééli\ ﬂJﬂ_b‘Bﬁé%J}Eﬂ&ﬁEiUb}%(L/T(f:éb\o HBHVIEEREE T TERES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
122U A A DEN B EALNTLEE N, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BEBEBNTENHE . ETTRARIERL TV RICNS SV Vi T TEALES L, Feed speed.

“4.T7 -7 O—-CEWIKTRREMBEIT > TLEEV FHT IHMCTOF vET ML TlREIN LI *4. Use air blow.

ARG,
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*% ZE t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

09177794'707541 Shank type

“QM MAX GII” GMX / MXG type

1/2
TEZ(mm) Tooldia.
H#EdR #EdZ
el 1=k | At 16 20
Work materials W& iz FIE No. of teeth 2N FEL No. of teeth 3N
Grades Insert No.
ap ae n % 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
;”i?éﬂé (3500,3550) ENMU a0 ~30 0.7 ~10 | 3580 | 8590
250HBLLT . - - ~
e ce) 100412 20 | 30~50 0.6 10 | 3580 | 8590 60| 06 14 | 2,860 | 10,300
Below 250HB ZER-PH 50~70 0.6 ~10 | 3,180 | 7,630 |60~100| 0.6 ~14 | 2550 | 9,180
TE4(SKD61, SKD11) | enmu 168050 ~30 0.7 ~10 | 3580 | 8590
1E&255HBLL T " - - ~
e L 100412 | 4000y | 30~50 0.6 10 | 3580 | 8590 60 | 06 14 | 2,860 | 10,300
Below 255HB ZER-PH 50~70 0.6 ~10 | 3,180 | 7,630 [60~100| 0.6 ~14 | 2550 | 9,180
TUN—R48 — ~30 0.7 ~10 | 3180 | 7,630
(HPM7, PX5, P20) 450415 98080 175 50 | 06 | ~10 | 3.180 | 7.630 ~60| 06 | ~14 | 2550 | 9,180
1E&30~36HRC (JC7560)
Mold steel(1.2311,P20)30~36HRc |  ZER-PH 50~70 | 0.6 ~10 | 2500 | 6220 |60~100| 0.6 ~14 | 2070 | 7450
FUN—K AR ENMU c8118 ~30 0.6 ~10 1,890 | 4,160
(NAKS80, HPM1, P21) JC811 - N =~ ~
e Nl e 1Z 234; g (JC8050) | 30750 05 10 1,690 | 3,040 60| 05 14 | 1,350 | 3650
Mold Steel (1.2311,P21)38~43HRC . 50~70 0.5 ~10 1,590 2,860 | 60~100 0.5 ~14 1,270 3,430
ﬁﬁlﬂ%(gKDGL DAC, DHA) EN“{EF}%?—IMZ Jp ~30 0.6 ~10 1,890 4,160
42~52HRC 1 - - - -
Herdened dio soel(1 23641 2379) (ENMU1004121 (JC7518) | 20780 | 05 10 | 1690 | 3040 60| 05 14 | 185 | 38650
42~52HRC ZER-SL) 50~70 05 ~10 1,590 | 2,860 |60~100| 05 ~14 | 1270 | 3430
mlnﬁﬂégm 1, SLD, DC11) ENM%%OSQ ~30 0.2 ~10 1,590 950
55~62HRC " - - ~
Hardened die steel (1.2344,1.2379);(ENMU100312 B 30~50 AL e 220 700 20 il 14 1,110 830
55~62HRC ZERHL) 50~70 0.1 ~10 1,290 650 | 60~100| 0.1 ~14 | 1,030 770
¥ HiEsk (FC250) ENMU B ~30 0.7 ~10 3,980 | 11,940
E‘E‘W.ONQGOHB 100412 30~50 0.7 ~10 | 3,980 |11,940 ~60| 08 ~14 | 3,180 | 14,310
ast iron (GG25) (JC8050)
160~260HB ZER-PH 50~70 | 06 ~10 | 3580 | 8590 |60~100| 06 ~14 | 2,860 | 10,300
£441)V455% ( FCD700) ENMU R ~30 0.7 ~10 3,980 | 11,940
#%2170~300HB 100412 30~50 0.7 ~10 | 3,980 |11,940 ~60| 08 ~14 | 3180 | 14,310
Nodular cast iron (6GG70) ZER-PH (JC8050)
170~300HB a 50~70 0.6 ~10 | 3580 | 8590 |60~100| 0.6 ~14 | 2,860 | 10,300
F-Z7FNRITLZE | ENMU o755 ~30 0.6 ~10 | 2,390 | 4,780
(SL£8304_,_31 6.317)17Cr%{ 100412 30~50 | 05 ~10 | 2,390 | 4,780 ~60 | 05 ~14 | 1910 | 5730
ustenitic stainless steel (JC7518)
(AISI 304,316,317) ZER-SL 50~70 0.5 ~10 1,990 | 3,180 |60~100| 0.5 ~14 1,590 3,820
ﬁﬂjﬁi({t%zi—‘/)pzﬁm ENnggéogJLm Jo7550 ~30 05 ~10 1,990 | 2,790
SUS630 - N - - ~
Precipitation hardening stainless steel { ENMU100412 | (JC8050) 30~50 04 10 1,990 2,790 60 oe Lk 1,590 3,340
ZER-PH 50~70 0.4 ~10 1,790 | 2,150 |60~100 | 0.4 ~14 | 1,430 | 2570
;(—/\“—(:*E%:G)—‘/[/;(ﬁﬁ ENMU1OSO412 o580 ~30 0.6 ~10 1,990 | 1,190
S32750 ZER-SL ~ - N -
Super duplex stainless steel ENMU100412 | (JC8050) 30~50 05 10 1,990 1,190 60 05 14 1,590 1,430
(S32750) ZER-PH 50~70 05 ~10 1,790 720 | 60~100| 05 ~14 | 1,430 860
Fa2LE4 (Ti-6AI-4V) ENMU 107550 ~30 0.5 =A@ 1,190 1,670
E§35.~43HRC 100412 30~50 0.4 ~10 1,190 | 1,670 ~60 | 04 ~14 950 | 2,000
itanium alloy ZER-SL (JC7518)
35~43HRC F 50~70 0.4 ~10 990 | 1,190 |60~100| 0.4 ~14 800 | 1,440
g4 & £ (INCO718) ENMU | oo ~30 0.5 ~10 600 360
E53|5~43HRC 100412 30~50 0.3 ~10 600 360 ~60 | 03 ~14 480 430
nconel ZER-SL (JC7550)
35~43HRC F 50~70 0.2 ~10 600 360 |60~100 | 0.2 ~14 480 430

2 : BHEURS Overhung length  ap : A BIDEHAFGRS Axial depth of cut  @e : FERABDEHAHFRE Radial depth of cut n:

ERLDEERE

1. L REDTTHISR A B S SO T— VRIS CGREEC 30,

UV RELEE I TIAARSE LRBIEL)OERL TSV HDVVEEEREEE T RS,

LA T LY DE) BIEEZ LV TS,
“BHEWENRRDBE . ETTAARSERL LSV RICNS LU VIE T TERAES W,

4. I7—TO-CEWPIKTRELIBET TSN BIC IHMCTOFvET I TERIV<TRIZIC

EBLEEN,
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T EOEHRE Spindle speed

*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

Feed speed
*4. Use air blow.

Vi1 3XVIRE Feed speed
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09‘\"?794707541 Shank type

~70 0.6 ~19 2,290 | 10,990 ~90 0.6 ~25 1,790 | 10,740
70~120 0.6 ~19 2,040 9,790 | 90~140 0.6 ~25 1,590 9,540
~70 0.6 =~ 2,290 | 10,990 ~90 0.6 £25 1,790 | 10,740
70~120 0.6 ~© 2,040 9,790 | 90~140 0.6 ~25 1,590 9,540
~70 0.6 ~19 2,040 9,790 ~90 0.6 ~25 1,590 9,540
70~120 0.6 ~19 1,660 7,970 | 90~140 0.6 ~25 1,290 7,740
~7/0) 0.5 =19 1,080 3,890 ~90 0.5 ~25 850 3,830
70~120 0.5 ~ 1,020 3,670 |90~140 0.5 ~2S 800 3,600
~70 0.5 ~19 1,080 3,890 ~90 0.5 ~25 850 3,830
70~120 0.5 ~19 1,020 3,670 | 90~140 0.5 ~25 800 3,600
~70 0.15 ~A©) 890 890 ~90 0.15 ~25 700 880
70~120 0.1 ~A©) 830 830 | 90~140 0.1 ~25 650 810
~70 0.8 ~19 2,550 | 15,300 ~90 0.8 ~25 1,990 | 14,930
70~120 0.6 ~19 2,290 | 10,990 |90~140 0.6 ~25 1,790 | 10,740
~70 0.8 =€) 2,550 | 15,300 ~90 0.8 ~25 1,990 | 14,930
70~120 0.6 1| 2,290 | 10,990 | 90~140 0.6 £25 1,790 | 10,740
~70 0.5 ~19 1,530 6,120 ~90 0.5 ~25 1,190 5,950
70~120 0.5 ~19 1,270 4,060 | 90~140 0.5 ~25 990 3,960
=~7/0) 0.4 ~A© 1,270 3,560 ~90 0.4 ~25 990 3,470
70~120 0.4 i@ 1,150 2,760 | 90~140 0.4 ~25 900 2,700
~70 0.5 ~19 1,270 1,520 ~90 0.5 ~25 990 1,490
70~120 0.5 ~19 1,150 920 | 90~140 0.5 ~25 900 900
~7/0) 0.4 =~ 760 2,130 ~90 0.4 ~25 600 2,100
70~120 0.4 ~i© 640 1,540 | 90~140 0.4 ~25 500 1,500
~70 0.3 ~19 380 460 ~90 0.3 ~25 300 450
70~120 0.2 ~19 380 460 | 90~140 0.2 ~25 300 450

£ : BBURS Overhung length  ap : BB DEHAIES Axial depth of cut  @e : HEFBDENHAIFES Radial depth of cut  n : TEOEHERE Spindle speed Vi 3RWIRE Feed speed

EALEDEBRERE Note:

1. EROHIR G A S SOT—TBIMEIC U TGREC LSV, *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUUNPRELIGE G VDAARSE ERBIESNBERLTESN HBVIEEERREE T THEAESL, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
722U AT H)DOE) BIBEZEWTLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BHEMBNTEDHEE. ETYPAARIERL TN RICNB LUV T U TEALEEL, Feed speed.

4. TT7—T ALV TRRBRIBE T - TSV, SIS SIHMC TOF +ET AT THEII<FRIBIC *4. Use air blow.

EBLEBD,
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*% ﬁ t).] ‘E’u % 14: Recommended cutting conditions

Qfﬁ75’47°7541 Facemill type

“QM MAX GII” GMX / MXG type

1/2
T EB4Z(mm) Tool dia.
HELR H#EedR
I 12—k | AH—h S0 63766
Work materials i i FIEL No. of teeth 7N FIE No. of teeth 7N
Grades Insert No.
2 ap ae n % 2 ap ae n %

(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~150 1 ~40 1,020 | 8570 | ~150 1 ~50 810 | 6,800
#®FM(S50C, S55C) | EnMU 200 0.8 ~40 1,020 | 8570 | 200 08 ~50 810 | 6,800

B&250HBLLIT JC8050 - -
R e Ce) 100412 | 4o 20| 250 0.6 40 890 | 7,480 | 250 0.6 50 710 | 5960
Below 250HB ZER-PH 300 05 ~40 830 | 6970 | 300 05 ~50 660 | 5540
350 0.4 ~40 830 | 6970 | 350 0.4 ~50 660 | 5,540
~150 1 ~40 1,020 | 8570 | ~150 1 ~50 810 | 6,800
TE48(SKD61, SKD11) |  ENMU c8080 200 0.8 ~40 1,020 | 8570 | 200 0.8 ~50 810 | 6,800

HB&255HBLLIT JC805 - .
e o 100412 § Yoo ) | 250 0.6 40 800 | 7,480 | 250 0.6 50 710 | 5,960
Below 255HB ZER-PH 300 05 ~40 830 | 6970 | 300 05 ~50 660 | 5,540
350 0.4 ~40 830 | 6970 | 350 0.4 ~50 660 | 5,540
~150 1 ~40 1,020 | 8570 | ~150 1 ~50 810 | 6,800

TUN—R4R - -

R e B ENMU  Jca050 200 0.8 40 1,020 | 8570 | 200 0.8 50 810 | 6,800
HE&30~36HRC 100412 | 25220 | 250 0.6 ~40 890 | 7,480 | 250 0.6 ~50 710 | 5960
Mold steel(1.2311,P20) ZzErPH | )

30~36HRC 300 05 ~40 830 | 6970 | 300 05 ~50 660 | 5,540
350 0.4 ~40 830 | 6970 | 350 0.4 ~50 660 | 5,540
~150 0.8 ~40 540 | 4,160 | ~150 0.8 ~50 430 | 32310
TUN—K4H 0.6 = N 4 3,310
(NAKEO. FPNIE P21) | ENMU | oo o 200 40 540 | 4,160 | 200 0.6 50 30 ]
Ba38~43HRC 100412 \Zooeo | 250 0.4 ~40 510 | 3210 | 250 0.4 ~50 400 | 2,520
Mold Steel (1.2311,P21) ZER-PH ( )
e 300 0.3 ~40 480 | 3,020 | 300 0.3 ~50 380 | 2,390
350 0.3 ~40 480 | 2,690 | 350 0.3 ~50 380 | 2130
~150 0.6 ~40 540 | 4,160 | ~150 0.6 ~50 430 | 3310
1 An$8(SKD61, DAC, DHA) | ENMU100412 o811 200 0.4 ~40 540 | 4,160 | 200 0.4 ~50 430 | 3310
1E&42~52HRC ZER-PH - ~

Hardened die steel(1.2344,1.2379) {(ENMU100412; (JC7518) 250 02 40 510 3210 250 02 50 400 2520
42~52HRC ZER-SL) 300 0.1 ~40 510 | 3210 | 300 0.1 ~50 400 | 2,520

350 - - - - 350 — - - —
~150 0.2 ~40 510 | 1,070 | ~150 0.2 ~50 400 840
f Ah4A(SKD11, SLD, DC11) |ENMQ100312 200 0.15 | ~40 450 790 | 200 0.15 | ~50 350 610

B&55~62HRC ZER - -

R e e s WERTOoN| 250 0.1 40 410 720 | 250 0.1 50 330 580

55~6ZHRC ZER-HL) 300 - = = = 300 = = - =

350 - = = = 350 - - = —
~150 1 ~40 1,150 |12,080 | ~150 1 ~50 910 | 9,560

g A58 (FC250) ENMU 200 0.8 ~40 1150 | 12,080 | 200 0.8 ~50 910 | 9,560

EE‘-“ 60~260HB 100412 | JCB118 1™ o0y 0.6 ~40 1,020 | 10,710 | 250 06 ~50 810 | 8510
ast iron (GG25) (JC8050)

160~260HB ZER-PH 300 05 ~40 950 | 9,980 | 300 05 ~50 760 | 7,980

350 0.4 ~40 950 | 7,980 | 350 0.4 ~50 760 | 6,380

~150 1 ~40 1,150 | 12,080 | ~150 1 ~50 910 | 9,560

£9541V8%8%(FCD700) | ENMU 200 0.8 ~40 1,150 | 12,080 | 200 0.8 ~50 910 | 9,560

| #%2170~300HB 100412 | JC8118 10, 0.6 ~40 1,020 | 10,710 | 250 0.6 ~50 810 8,510
odular cast iron (GG70) ZER-PH (JC8050)

170~300HB k 300 05 ~40 950 | 9,980 | 300 05 ~50 760 | 7,980
350 0.4 ~40 950 | 7,980 | 350 0.4 ~50 760 | 6,380

£ : ZHURT Overhung length  a@p : EiI75EIDENAHHRS Axial depth of cut  8e : HRIFEDYHAH RS Radial depth of cut 1 : TEMEHRE Spindle speed

FRALDEERR

1. LROUIHIRMS A S S U7 B ICTEUTREE AW,

2.

72U A H BN DE)BIBEZLVTEEN,
BB N TEDBE . TTNAARIERL TEEIN RICNS LU VE T U TERLESW,

4. I7—TA—ICENITIREIBE T > TS, B IHMCTOFvET (AT T TRIBIC

EBLEBD,
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VP RELIBE R NAHFRSE LRRBIELVDIRL TN BBV EEEEE TS TEAES,

Note
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
*3, If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

Feed speed.
*4. Use air blow.

Vi 3RIRE Feed speed
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07!'?7’5'4’7"7541 Facemill type

£ 1 BHURS Overhung length  a@p : BI75EIDENAHRS Axial depth of cut - @e : FERFEIDYHAHES Radial depth of cut 1 : TEOERRE Spindle speed Vi1 3RURE Feed speed

FALNEEER

1. LEE ORISR WA S LU T -7 BIMICIEU TREECLZS WV,

RUVNRELIIBEE ANAHRSE ERHELVDERL TSV HBVEEEEEE T TERLLSV,
LA FIH DR BEEALVTLRS N,

Note:

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

*2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BEBEBATEDHE . FTTAARIERL TV RICNH LU VIE T TREALES L. Feed speed.
*4.T7 T OV FREWIBEAT > TSV BIC IHMCTOX vEF AT TRENICTLRIBIC *4. Use air blow.
EBLZEN,

22
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DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermann Str.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259  Fax. 66-2-722-8260 Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231  Fax. 91-22-4024-0919
MDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608
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https://www.dijet.co.jp 0120-39-81-39 Fixiosres-1230

9:00~12:00. 13:00~17:00 (£ -H-RB=R<)

CEALDFEE Ta2R2CTERAVRERLSIC

O TENBLIEIKG TEALBVTREV, @OKETREFEPRITDH D TEIFERULEVTLEE L,

@I TOREL BEMECKB T HICTERLLREE LV X RERFPREAN—ZETERLES L,

WARNING: «Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

OTEMKIF URDIHFERLKEET D ENHIET . Specification shall be changed without notice.
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