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Superior cutting performance by multi blades with small inserts. PR

Maximum ap=0.9mm is possible even if machining Titanium Alloy,
Stainless Steel and Heat Resistant Alloy.

® TERPS0DIZE Tool dia. ¢50 | ﬁﬁﬁaﬁﬂft

' SKG-09#
Hitiekm i i _'f':l J_'SKG-OBtype

Conventional tool il
‘ e.

I\ Small

s\ NS
tﬂ EIJ llg Eb ﬁﬁﬁ*ﬁ&”ﬂ]ﬁ“mﬁb‘g‘]'l 6%3&* k44347 Feed force)

Cutting performance At &VIEHERHE) 1 0% E5397 Main force)

16% reduction from Conventional tool, 247} Back force)
10% reduction from competitor A

s - e (N) 73 (Resultant force)
Q tIHIEFTLE 8 4,500

T
Cutting force 4,000 ) WEIM: F2 AR (Ti-6AI-4V)

. Material: Titanium Alloy
comparison 3,500 @IER: ¢50
Tool dia
3,000 | | A P — NS InsertNo. :
SDEW090312ZER(JC7518)

2,500 OHIR
Cutting conditions :
2,000 n=380/min, Vc=60m/min,
fz=0.6mm/t, ap=0.8mm,
1,500 ae=20mm,

1.000 SEEFEIL  Face milling (Roughing)
’ Z2HH L:135mm  Overhung length
1HAF DAY Testbyoneinsert, Down cut
BB 77— Air (Internal)
W7 XD vILICK BYIEIERO
prr = K % =38,
[ Laiews ) [ Ad o

. Conventional tool \_ CompetitorA Cutting force \s‘ reduced _by high axial rake
bbbt — angle and the sharp cutting edge.




DIJET

REEREREV NV Y

FENE4AD—-FHERDOMARY 1 Y —bDERA,
HEREICIVIHERZNA RS ZER/N.
=" EL Y=/ ITV—DA VY= ESLIT YT,
Adopted economical 4 corner positive insert.

E class grinding inserts reduce initial wear and achieve long tool life.
With chip-breaker insert and non-breaker insert are available.

® SA2F Y7 Lineup

Hﬂ‘jré‘:‘%@l‘ii*ﬁ Wear resistance mﬁ’ﬂ;ﬁ'r&i*ﬁ Fracture resistance

SDEW090312ZER(JC7518) SDEW090312ZER(JC7550) SDET090312ZDER-SM(JC7550)

® Y —MERZR Application

FIUES PRI
- sUs316
SDEW090312ZER  (JC7518) @ |

SDEW090312ZER  WC755%0)  Wm
SDET090312ZDER-SMWC7S50 W W

@: ZENNT Stable machining M FZRENL Unstable machining

M#t 2kt 1442, Mt 1163142
WHGERMLE
2.2B0FGRT Y T EER.

SKG-09 achieved 14 times longer tool life compared
with competitor M 2, 3.1 times longer compared

i N 72 with competitor M 1, and 2.2 times longer compared
Q % ap tb EX with conventional tool.

Tool life comparison

#WHElR: Fa A% (Ti-6Al-4V)

Material: Titanium Alloy

@I E®RE: ¢50
Tool dia.
A VY — NS InsertNo. :

o F
- I SR
. Competitor A / LR
Cutting conditions -
[ XN/ v i e=sommin
. fz=0.6mm/t, ap=0.8mm,
"’l @ SKG-09 DIJET ae=20mm,
|_yg—" = 4 M%E1 Competitor M 1 Ve e :
’ e SFEFII  Face milling (Roughing)
"“'-_m = M2 Competitor M2 ZZH L:135mm  Overhung length
( Y * A*i'Cmm;et\tm 2 1RSI DAY N Testby one insert, Down cut
-*- WHESES Conventional tool B Wet
PIHBER DK R U#1178IC7518D
BRICLRFGEER

14.4 19.2 - -
Low cutting force specification and new grade
YElR (m) cutting length JC7518 give long tool life.
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Rmil =

Line up
W o —
QR7IALTFISAA
Facemill type TEHIY
'Bodl @ —SVRIUTE
0 y Through coolant hole
$Db
¢od
a
o)
=N
3
Q@ &K Body
<+ (mm) Dimensions SHSA A —
2 Applicable
¢ . . ES inserts
% T | IH TRBEAIE | (o
= Cat. No. Stock | No.of | ¢Dc Lf Db od a1 a b £ Set bolt Weidh
B inserts eight
SKG-5040R-09-16 | ¥¢ 5 40 40 37 16 | 135 84 | 56 18 M8 0.21
7 | SKG-7050R-09-22 [ ] 7 50 50 40 22 | 165 104 | 63 20 M10 0.35
5% pAe 7 2 4 22 |1 104 2 M1 AARMEARLL 7
5 | Ske-Tos2R 0922 52 | 50 | 40 65 | 104 | 63 | 20 0 wisi’) | 937 | spEwogostazeR
2% | SkG-8063R0922| ® | 8 | 63 | 50 | 48 | 22 [17 |104 | 63 | 20 M12 Head cap screw | 5g | SDET090312ZDER-SM
3 q, (JIS standard)
4 SKG-8066R-09-27 | ¥¢ 8 66 50 50 27 | 20 124 | 7 22 |M12X1.75X30% 0.60
SKG-9080R-09-27 | @ 9 80 50 60 27 | 20 124 | 7 22 |M12x1.75X30% 0.97
@ A—H—TEER Standard stock items.
YerBHEW S B 5 (EE1 08~ 2BRIZE) stockin Europe. (14 days delivery upon ordering)
) 1. AHBICA VY — NHBRA THUE B A el 132 L7 (N-m)
&)1 AT — g Q o
2. FECLYFBEVD S TRCHESEIHLA (MOLY) B TSI LA (159 O] LTI D
3. XENFY A RIGEDT8, P — ARy MRILNERBLTBUF T ZOMICOFELTIE P—NSHEORBERILNESERL RS, DSW-307H 21

Note) 1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY.

3. % mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.

Qo

E‘Bnnn Parts

vk L'>F Wrench

Clamp screw (B5E not be included)
@ /‘

DSW-307H A-10

Cffect is much improved.

MM (CEN o584 S+ RE O GNLE(C LY REE S 65HRCL L EFBEEN DRAEH(CERSRINE T AR S KO T EHMm
ARG 30% U E7y 7 BEE S I TRAFICOBNZFIBLE S TSI NI T DFBE. HOFREZH 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

P
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QI vIIILTISAR
Shank type

0 & Body

=

FEEY

@J—SURNTE

Through coolant hole

¢Dc

oD

<~ &

BIEAIT AUALIIT

// DIJET

¢Ds

22

2s

&

[ J 3 | 25 60 | 80 | 140 | 23 | 25
([ ] 3 | 25 | 100 | 80 | 180 | 23 | 25
[ 4 | 32 70 | 80 | 150 | 28 | 32
([ 4 | 32 | 120 | 80 | 200 | 28 | 32
[ ] 5 | 35 70| 80 | 150 | 31 | 32
([ 5 | 3 | 120 | 80 | 200 | 31 | 32

SDEWO090312ZER
SDET090312ZDER-SM

DSW-307H

A-10

@:X—H—TEEEF Standard stock items

) 1. AECA VY —MIBAATHIE B Ao

2. FECLYFBRVT SV TRUBEEBEIER (MOLY) [HEBLTBUFEE A (BIFE)

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
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Line

QEIVAS—AYRIALT
Modular head type

@ —TVRIUTE
BOdy Through coolant hole

C
MD
— 7
[&] i o)
Q B Q
s ] S
Q AKX Body
5 < H H =R O
~ti%(mm) Dimensions ST A = #Bam Parts
Applicable 9527kl | L>F Wrench
i3 B pak-3 inserts Clamp screw | (B3 notbeincluded)
Cat. No. stock | Moo | epe | Lr | eD» | MD | C w — )
& /‘
MSG-2020-09-M10 (@) 2 20 30 19 M10 9 14 DSW-306H
MSG-2022-09-M10 (@) 2 22 30 19 M10 9 14
MSG-3025-09-M12 [ ] 3 25 35 23 M12 11 19
MSG-4028-09-M12 [ ] 4 28 35 23.6 M12 11 19 SDEW090312ZER A0
MSG-4032-09-M16 () 4 32 43 28 M16 12 22 | SDETO90312ZDER-SM | pSw-307H
MSG-5035-09-M16 [ J 5 35 43 29 M16 12 22
MSG-5040-09-M16 [ J 5 40 43 32 M16 14 26
MSG-5042-09-M16 < 5 42 43 32 M16 14 26

@ X —F—TEE Standard stock items

O:ERTERER Soon be stocked N - m .
YUBNED T B (#EA 1 OB ~2iBRITERE) Stock in Europe. (14 days delivery upon ordering). aajm;iﬁl;v Re?fofr:enze(tlj\lt;]q)ue

) 1. KEICA VY —NIHRAA THIE R Ao

2. FECLYF BRI SV TRUBEFEBELER (MOLY) (HEBLTBUE R A (BI50) o
3. EVIS—AYROHREMITMLIIEP.9%ZTBRIEE N, DSW-306H 18

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY. DSW-307H 2.1

3. Please see page 9 for recommended tightening torque.
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QXA VY —hk

Insert

Fig.2 Fig.1 Fig.2

[ \ I i —
@ R V@) IE
&J@j j“ & 1 L
g&‘& zo/} 9\\2 i =
9 34—b 9 34— o
PVD3—5 2% PVD Coated
iy {4 Fig
Cat. No. Tolerance JC7550 JC7518 :
SDEWO090312ZER E () ()
SDET090312ZDER-SM E () 2

@ AX—F—TEESR Standard stock items

17 —210BAUT, 10inserts per case

SKS-GII 0994 R4 Y —bD#RIT —2IIC DU\ T Discrimination of grade for SKS-GII 09 type insert

ME(Q—T4 V) LAV Y- hREADIY—IHRBIET . CERADRFICII TR S,

Each grade shows discrimination mark on the insert surface.

Fig.1

JC7550 JC7518
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Q TBE—Bl(Ev15—~vrEA—LBE v I 7 — 1)
MSN Carbide shank arbor

BI VRISV TIAT Endmil shanktype : BANU—R7—=INF A Straight arbor type
o—> ‘/I\/’THE Through coolant hole .T%']EJ‘EXDDI For high productivity o7—> I\/Tﬁi’v Through coolant hole .T%’]ﬁE%}JI]I For high productivity
\ |
’ 4 .
®D2: T—SVRTE fa) ®D2: 7—S5VhJE Coolant hole dia
3| —

Fig.2 9 Coolant hole dia

9Ds h6
®Ds h6

W= s <% (mm) Dimensions 28l i W& R ~+i% (mm) Dimensions E8(kg)
Cat. No. Stock|¢Ds | g1 | L |eD1|6n° | MD | oD2 |Weight : Cat. No. Stock|  ¢Ds L MD oD2 | Weight
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| - 039 1 MSN-M10-190S-S18C | @ 18 190 M10 4 0.62
MSN-M10-40T-S20C | @ | 20 | 40|100 |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' 058 2 MSN-M12-185S-S23C | @ 3 185 M12 6 0.98
MSN-M10-140-S20C | @ | 20 |140/200|19.5| - 080 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 | @ o4 185 . 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| 90|24 © 053 1 MSN-M12-215S-S25C | @ 25 215 M12 6 1.36
MSN-M12-55-S25C @® | 25| 5512024 - 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 - 158 1 MSN-M16-217S-S32C | @ 30 217 M16 8 2.22
MSN-M16-25-S32C @® 32| 25| 90|29 - 085 1 MSN-M16-287S-S32C | @ 287 2.94
MSN-M16-55-S32C @® | 32 | 55/120 |29 = 113] 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-77-S32C @ 32| 77157 |29 - 147 1 @ X—A—TE[ER Standard stock items
MSN-M16-97-S32C ® 32 971177129 - 164 1 &) E:J"Ji—’\‘yH@?‘Eﬁﬁﬁﬁ(?F)bgvlgg’\f—yfilﬁﬁﬁﬁ<ﬂfﬁb\o
Note) Please see page 9 for recommended tightening torque
MSN-M16-105-S32C | @ | 32 [105(170 |29 - 1.59] 1
MSN-M16-1177-532C | @ | 32 [117]197|29 [0'3®' 188 2 S (TS5
MSN-M16-127-S32C | @ | 32 | 127|207 |29 - 1.89] 1 FT55h5
MSN-M16-127T-532C | @ | 32 | 127207 |29 |030mi6| 8 [223] 2 WSA s et e arky
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 (0723 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

@ A—H—TEEER Standard stock items
i) EV2S—AYROERMHIFNLIEIR—IZTBRIZET L.

Note) Please see page 9 for recommended tightening torque.



Q TBE G-Body (®vas—AvkBRF—ILyrvo7—/)
MGN G-Body steel shank arbor
OSAIENDMAEICENSG-Body @Y3a—hI4(4T
OXEHURETHEWVWIITRRITIEDOYY < I lild C T K DIIBFITRICIE.
AN T+ =V AICHEBNIETEBEG-Body (RF—ILY+ 7)) EHRVIELET,
@Adopted ultra-rigid and improved body durability "G-Body".

@Short type
@Cost-effective and high strength steel shank arbor.
BIVRIILYvVTIAT Endmill shank type

o—> Fﬂ{qi" Through coolant hole

// DIJET

|
—

|

T
®Ds h6

G;Body g @D I=IUNTE oo
=

A S -

' } 21
WE HE ~ti& (mm) Dimensions E8(ke)
Cat. No. Stock|pDs| g1 | L |oD1|6n° |MD |eD2| Weight
MGN-M10-30-S20 @® 20| 30100/ 19| — |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| 7715729 | — |M16| 6 0.83

@: A—H—FERES Standard stock items
) 1. V2S5 —AYREBEEG-BodyfH GO EEDYIRISMHE, 12~ 14— I OBEHIRMREZOXFEARLIZI V.
2. EVAS—AYROHERMHFIMLIFIR—I TSR,
Note) 1. In case of using modular head combined with MGN steel shank arbor, apply the recommended cutting conditions sheet (see page 12 - 14).
2. Please see page 9 for recommended tightening torque.
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Q EI1S—NYRERHLDFEEIE Attention

A EIJ215—AvE BUFIFEFDESR Attention to mounting head and MSN/ MGN shank arbor.

BWEY 15— AYREEDFIFFIE Tightening procedure

@®iE#F Cleaning
EI2AT—AYR F—=IVBEY v I 7—IN[TEE—#& (BbL
LBRAF—=IV2v2T7—/N[1EEG-Body)) D&z T 77
—[CTERLIES L,

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

@{R#Es Initial Tightening

FRHDICT. EYV15—\vRigEET —IVBEY T 7 —
NITEE—®] (BULKBFRF—ILIY+VI7—/\N[TEE
G-Body)) itEH HIcBF TIRIFHLTLIZE L,

Tighten by hand until the head and MSN/MGN arbor faces touch.
@ZMsh-F w7 Final Tightening
MLZarbO—ILRNFHULIFERR/NF (DSTA ) IC
T HRENVIETH KD EOERS BAMHD LT IEE W PR
BINRVN T EZHESRLEE W,

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

() IR E I ICTIHEICREN G HIRETHMD I D&,
RUBL VIR S BERENHIE T,

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

A\ SEEEIE NoTE
1. ZNNFFML7 3R O—ILZINF B UL IFERZR/VF (DS
IA ) = I ERLEEV (U TMLIEZESRRLIREWN),
2. Z/NF (& FEsD it AmEIC>< ) EEERS B TARMH LT L,
3.EVIS—AYREF VBBV v I 7 — N [TEE—# (B
LLIGRAF =LY+ 07 —/\[TBEG-Body)) DinEZHE
ST BNV EZRRLEE W,
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.

BlH1X ORIV — &g W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¢
M8 16N'm 10, 127¢
M10 16N'm 14,15
M12 20N-m 17,19
M16 25N‘m 22,26

). ARFFEI2S—AYRFFICERABLTBF Ao BEEBRHIIZET W,

2. MNLZ37bO—)LR/NFEEDRE. EY 25—y RO ZEE (WHE) 8L
CiEZN T THERIESV(EEI 2T —AYRTERR—IBR).
(RINFICFOTIREHEED BBLBZBEDHIET )

3. ZEBW=86LL(F12GXEIBR) DEI15—AYRICDOFXL T . FHR/INF
DS-8BLLIFDS-12ZTABLTHEIET

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

/N\FBE—B(EV15—~AYRAF— VBBV vV I 7 —I\) BEBFDEE Selection of "MSN Carbide shank arbor”
AEP16BDEY 15 —ANYREERT BIESIF ANEE) TmMmEL LEROHVWEE—HEEBEL TIEELY,
T T DO FHAFHC K TEE—FIHITIE T BERISHIET

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

¢Dc—¢pD1Z1Tmm TEE

THE—HDERE: ¢D1

MSN carbide shank
neck diameter

EIAS—AYRDHAFE ¢Dc

Modular head tool diameter

JUFP S5V Z0.5mmBl EAE

Clearance necessary
more than 0.5mm

IS =FETDIh. T—S V.
I7JO0—-DEREHELET,
Coolant or air blow is recommended for
flushing the chips.

A ﬁi’flf@ﬂ'\”lg"\@mu{ﬂ”’ﬂ§wii§ Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —N[TRE—& EEI 15— AYRZHREEEHRILY TERT BEE. EIV15—A\YRERTU
T. [MEE—&] DHEFREEEHUTERIFIFITIIZEI V. AYROEUFFIFIF, BEEEHEICITOTIREE 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.

) NYRERFTEFFREFOZETIENAYRPF YT TNICLKLBZBIENBIFT,

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



// DIJET

-2’0 9\\5 A‘I’EE‘ZJ:GDJ _Tﬁquiﬁ Definition of corner shape for programming

WY —hEE
SDET090312ZDER-SM
SDEW090312ZER

-

iAH A
re Cutting edge angle
BIVELE FOJ5LI—FR
Remains Corner radius for programming
7077 LEREEOI—FR HlWELZ RBVAKE YhA#E | 1>H—h3—FR (re)
i : Max.ap W ¢
Corner R for programming Remains Over cut Cutting edge angle Insert corner R

15 0.81 0
2(&%F) 0.73 0 0.9 7.1 10° 1.2
25 0.65 0.08

O774 VIl IR0 EEEIA Attention for profile milling

aytoyy\z]ul o AUAIHIT Helical interpolation @V —U/INADEH 57 Calculation of tool pass dia.
. #Dh ¢dc = ¢Dh — ¢Dc
Y—)UINRE TR TITE&
/ Tool pass dia. Bore dia. Tool dia.
O—FZDYHAHRE DN RAHAFHFRES ap’
8 X HMABVESICLTIRE,
|8 / | \ Depth of cut per one circuit should not exceed
PH° | — : _ / max. depth of cut ap.
NS
Mk NG % ©— 1L/ SADERESAIFST I NYNTIEBES
— REFETEVICLTLEE LY,
Down cutting is recommended, so tool pass
\ rotation should be counterclockwise.
|
¢dc

O3 VEYT AUAINITE3E REZREHIRMARD70% AT THNIULTLIES L,

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

S BIT Ramping AYAIVRBVFHIT Helical interpolation
T e | EENE | RIIVY T mxmm BAIABRE (ap) BIRE BANE
Cat. No. Tooldia. | oo o ing dia. Max. depth A6 () | MIEOFHIRSL(mm) Min. bore dia. Max. bore dia.
(mm) (i) s M::.g:’:mging Total ct;\}lting Iaength at Dh min (mm) Dh max (mm)
ax. ap
MSG-2020-09-M10 20 5.6 0.9 1° 51.6 27 38
MSG-2022-09-M10 22 7.7 0.9 1° 51.6 31 42
MSG-3025-09-M12 25 10.7 0.9 1° 51.6 37 48
MSG-4028-09-M12 28 13.7 0.9 1° 51.6 43 54
MSG-4032-09-M16 32 17.6 0.9 1° 51.6 51 62
MSG-5035-09-M16 35 20.6 0.9 1° 51.6 57 68
MSG-5040-09-M16 40 25.7 0.9 1° 51.6 67 78
MSG-5042-09-M16 42 27.7 0.9 1° 51.6 71 82
SKG-3025-60-09-S25 25 10.7 0.9 1° 51.6 37 48
SKG-3025-100-09-S25 25 10.7 0.9 1° 51.6 37 48
SKG-4032-70-09-S32 32 17.6 0.9 1° 51.6 51 62
SKG-4032-120-09-S32 32 17.6 0.9 1° 51.6 51 62
SKG-5035-70-09-S32 35 20.6 0.9 1° 51.6 57 68
SKG-5035-120-09-S32 B85 20.6 0.9 1° 51.6 57 68
SKG-5040R-09-16 40 25.7 0.9 1° 51.6 67 78
SKG-7050R-09-22 50 35.6 0.9 1° 51.6 87 98
SKG-7052R-09-22 52 37.6 0.9 1° 51.6 91 102
SKG-8063R-09-22 63 48.7 0.9 0°45' 68.8 113 124
SKG-8066R-09-27 66 51.7 0.9 0°45' 68.8 119 130
SKG-9080R-09-27 80 65.7 0.9 0°30' 103.1 147 158
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SKS-GI 099170 L KRR

7J[| I E 19“ Cutting data

@ FIVESEDIIEHI 1. Machining on Ti-alloy

EEVURLEZENT

13— BrEWH2BFEINITE .
No chatter, Stable machining.

Able to machine for about 2 hours / corner.

@ A4 >ARIVOINIESI 2. Machining on Inconel

;gth' LRT Overhung length : 150mm

NIEFE3093 T1D 21U TA VY —MI—FTIlT
5% T (fiisefsE ).

SKG can complete this application by only one corner of insert.

Possible to use continuously after machining 30 minutes.

@ HHEIRT VL AFDITIEESI 3. Machining on Stainless Steel
P Gauge length : 101.6mm

RITTEICHU1 2% TaE=Rm k.
A THMIERTLL. 758070524 VY — N I—F

‘t‘-‘ 1 'j _G’J[II;L'ET o
Improved machining efficiency by 12% compared with current tool. Machining time is 70 minutes.
(1.75 times longer than current tool.)This application is completed by using only one corner of insert.

ZFR Part name FARNE—X Test piece
WINTAPRE Work | #HIAF Material Ti-BAI-4V
BB Hardness —
B & Tool No. SKG-7050R-09-22

A —MEE Insert No.

SDEWO090312ZER(JC7518)

e

Cutting conditions

SR, IR | N

380 (min')

Spindle speed
Cutting speed Ve

60 (m/min)

SOEE Vi 1,600 (mm/min)
Feed speed fz 0.6 (mm/t)
ap 0.6 (mm)
ae 20 (mm)

27— Coolant

HEX (PIERARIER) Wet (Internal)

BRI Machine | ITFYMC (HSK-63fL#%) Vertical MC (HSK-63)
E#5 Partname ALZRHEER SR Aircraft parts
WINTAR Work | #HEIM Material INCONEL625
BEE Hardness —
B F& Tool No. SKG-7050R-09-22

A~ Insert No.

SDEWO090312ZER(JC7518)

ESE

Cutting conditions

BERE, YIHIEE | N

230  (min")

Spindle speed
Cutting speed Ve

37 (m/min)

R % 760  (mm/min)
et et fz 0.47 (mm/1)
ap 0.5 (mm)
ae 20  (mm)

J—22b Coolant

/ﬂit(‘%ggﬁ‘\g/ﬂ]) Wet (External)

fERRERL Machine SLTIMC (HSK-631E#%) Vertical MC (HSK-63)
2% Part name OILYEHIHEER S Excavator parts
INTAAH Work | #EIl44 Material | F#IRATAVRATAVA Nonmagaetic, Austentc Mi-Crsteel
FES Hardness 36HRC
I8 F5& Tool No. SKG-7050R-09-22

A Y= Insert No.

SDEW090312ZER(JC7550)

ESE

Cutting conditions

R, TIHIRE | N 460  (min™)
Spindle speed
Cutting speed Ve 73.4  (m/min)
SR Vi 1,803 (mm/min)
feecneet fz 0.56 (mm/t)
ap 0.635(mm)
ae 128  (mm)

J—Z>b Coolant

AIEBI 77— Air (Internal)

{EFAHERK Machine

ILHMC (CATAOMERE) Vertical MC (CATA0)




AIJET.
1R ELHIF G Recommended cutting conditions

Q TV 15—-AYRMSG-09F,HBE—BI(EY 25— AYRAZ— VBBV ¥/ 7 —I\) Ms6-09and MSN type

£ : BHEURT Overhung length  ap : BAEIDYHAHGFES Axial depth of cut - Ge : HEIFEDYHAIHES Radial depth of cut  n : TEEIERRE Spindle speed Vi 3XWRE Feed speed

ERLOEBHEE
1. LR OPEIEM G RIS S U7V BIEICIEU GRSV, (ERRIFBT50ZERILICT)
UV REVABE R A RSE ERBIEL) ORI, BBV EEEREE T TEALSV,
722U A A H)DEY) BEEALENTLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEBBNARE DSBS FTHAHRIZE TEEV RICNS LV VE T TRHEAESN, Feed speed.
'4117;—7'13—&:.;')ﬂ'}(fﬂ%ﬁﬂiﬁ&ﬁv‘(ﬁ:‘ému IS IMC TOF rET I T TR TRIBIC *4. Use air blow.
ARV,

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.
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S CES RSy SKS-GI 09 type

Q £V 15— AYRMSG-09+TBE—H (T 15— NvREAZ—VEBIE v T 7 —I\) MS6-09 and MSN type

2/3
TE#&(mm) Tool dia.
b2 i3
BHIM AR A 28 32 35
Work materials & iz FIEL No. of teeth 4N FIEL No. of teeth 4N FIEX No. of teeth 5N
Insert No. Grades
ap e n Vi e n Vi 2 ae n Vi

(mm) | (mm) | (mm) | (min") (mm/min)| (mm) (n?rgw) (mm) | (min") (mm/min)| (mm) (rr?rr;l) (mm) | (min™) (mm/min)

F—=27F1MR | spEw

o~ ~75| 08 | ~12 |1,710|6:840| ~90 | 0.8 | ~15 |1,490 |5960| ~90 | 0.8 | ~18 |1,360 | 6,800
A7V 590312

(SUS304,316317) |~ ,ER

17Cr% @oer  JC7580| 125| 06 | ~12 |1710|6840| 150 | 06 | ~15 1490 5960| 150 | 06 | ~18 |1,360 | 6,800
Stainlesslslteel 090312
pLsenilie ZDER-SM) 175| 06 | ~12 |1,530|5200| 210 | 06 | ~15 |1,240|3970| 210 | 06 | ~18 |1,140 | 4,560

(AIS1304, 316, 317)

TIVTIH IR SDEW
272U 990312

~75| 08 | ~12 |2,160 /8,640 ~90 | 08 | ~15 1,890 |7,560| ~90 | 0.8 | ~18 |1,730 | 8,650

(SUS403,42042,430) ZER

13Cr%k (SDET JC7550( 125| 06 | ~12 [2,160|8,640| 150 | 06 | ~15 1,890 |7,560| 150 | 06 | ~18 |1,730 | 8,650

Stainless steel 090312

(W51 100 43003 430 | ZOER-SM) 175| 06 | ~12 |1.930|6,560| 210 | 06 | ~15 |1,540 4930 | 210 | 06 | ~18 |1,410 | 5640

Z— )N —2FE % ~75| 08 | ~12 {1,140 |1,370| ~90 | 0.8 | ~15 990 [1,190| ~90 | 0.8 | ~18 910 | 1,370

25 LR35 SDEW JC7518

Super duplex 090312(JC7550) 125| 06 | ~12 |1,140|1,370| 150 | 06 | ~15 | 990 |1,190| 150 | 0.6 | ~18 | 910 | 1,370
stainless steel ZER
(832750)

175| 06 | ~12 |1,020|1,020| 210 | 0.6 | ~15 850 | 850| 210 | 0.6 | ~18 770 | 960

Faad ~75| 08 | ~12 680|1,630| ~90 | 0.8 | ~15 600 | 1,440 ~90 | 0.8 | ~18 550 | 1,650

(Ti-6AI-4V) SDEW JC7518
FE&B35~43HRC : 090312 (JC7550) 125 | 06 | ~12 680 (1,630 150 | 0.6 | ~15 600 | 1,440 150 | 0.6 | ~18 550 | 1,650

Titanium alloy ZER
L 175 | 0.6 ~12 630|1,260| 210 | 0.6 ~15 500 |1,000| 210 | 0.6 ~18 450 | 1,130
RS ~75| 05 ~12 340| 820| ~90 | 05 ~15 300 | 720| ~90 | 05 ~18 270 810
(INco718) = SDEW | .o
7E&35~43HRC | 090312 125 | 04 ~12 340| 820| 150 | 0.4 ~15 300 | 720| 150 | 0.4 ~18 270 810
| (JC7550)
nconel ZER
35~43HRC

175 04 | ~12 280| 560| 210 | 04 | ~15 250 | 500( 210 | 04 | ~18 230 | 580

£ : BHEURT Overhung length  @p : BATIDYHAHGFES Axial depth of cut  8e : FEISEIDYHAHES Radial depth of cut  n : TEBIERRE Spindle speed Vi iXWRE Feed speed

fEHEDEEEE Note

1. LEROHIZE I AERBIE S SUT - IR ICIEU TREC S0, (ERRIFBT50ZERILICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUUNPREVEBE R AHRIE LRBEL) SR TR HBVVEEREE T TEBEE, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
272U A A H)DE) EEEALNTLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BB HREDHE . TTYHAHRIEERL TSIV RICNB LUVIET F TSN, Feed speed

4. T7—T AL TREDIZE TS TEE BT IHMCTOF +EF AT TIREII<TRIBIC *4. Use air blow.

EBLEEG,
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/A)IJET.

15—=AYREAZ—)VRBE v T 77 —I\) MS6-09 and MSN type

Q EY15—AYRMSG-09Z+HTEE—HI(EY

£ : BHEURT Overhung length  @p : BAEIDYHAGFES Axial depth of cut - Ge : FEISEIDYHAHES Radial depth of cut  n : TEBIERRE Spindle speed Vi iXWRE Feed speed
EALNIERE

Note:
1. EROEIRA . BB S LTI BIMEICISU TREEC 280, (ERBRBT50ZERILIZT)
LUV RELBEE DAL REE EREEL) SR TSN, BBV EEEEE T TERLESV,
7L A A HW DR BREARN TSN,
BHEMBNTROBEE. ETHAAHRIEERL TS RICNB LU VET U TRALEEL,

*1. The figure to be adjusted according to the machine rigidity or work rigidity.
4. 17 =T O—CENICTRREDIBET > TE e HHIC IHIMCTOF vET (I T TN FIIRIC
B

*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.
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S CRE MLy SKS-GI 09 type

1R E D HI & & Recommended cutting conditions

091777947’7541 Shank type

90~140 90~140

~70 0.6 ~9 1,270 (1,140| ~90 | 0.6 | ~15 990 |1,190| ~90 | 06 | ~18 910 | 1,370

70~120| 0.6 ~9 1,080 | 810|90~140| 0.6 | ~15 850 | 850 (90~140| 0.6 | ~18 770 | 960

~70 | 0.6 ) 760 (1,370 ~90 | 0.6 | ~15 600 |1,440| ~90 | 06 | ~18 550 | 1,650

70~120| 0.6 =) 640 | 960|90~140/ 0.6 | ~15 500 | 1,000 (90~140| 0.6 | ~18 450 | 1,130

~70 | 05 ~9 380 | 680| ~90 | 05 | ~15 300 | 720 ~90 | 05 | ~18 270 | 810

70~120| 0.5 ~9 320 | 480|90~140| 0.5 | ~15 250 | 500 (90~140| 0.5 | ~18 230 | 580

£ : BHURE Overhung length  ap : BIAEIDYIAHFES Axial depth of cut - @e: HEFEIDEDBAFF RS Radial depth of cut N : TEDERRE Spindle speed  Vf: 3XWRE Feed speed

EALOFERE Note:
1. EROYIEIEAE AR S ST — B ICIEU RSV, (EERIBBTS0RERILICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNNRELHE S YHAHRSE L RBEELVEEL AN, HZVEEEREE T U TERLEEL, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
FEL A T L DENBIEE ALV TEE N, *3, If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BB AREDHE . ETTAHFRIEZL TEEW RICNS LU ViE T TERALESW, Feed speed.
4. I7 =7 O—EN KT RRELIBEIT > TSV FS IMCTOFrEFT I TR TRIBIC 4. Use air blow.
EBLEED,
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// DIJET

Recommended cutting conditions

OFI'R‘TS’»(?"?E»(Z Facemill type

~150 | 0.6 ~23 |1,190|5950| ~150 | 0.8 | ~32 950 (6,650 ~150 | 0.8 | ~33 920 | 6,440

200 | 04 | ~23 |1,190|5950| 200 | 0.6 | ~32 950 (6,650 200 | 0.6 | ~33 920 | 6,440

250 | 0.3 ~23 990 (4,950 250 | 0.4 | ~32 800 | 5,600| 250 | 0.4 | ~33 770 | 5,390

300 - - - - 300 | 03 | ~32 800 | 5,600| 300 | 0.3 | ~33 770 | 5,390

350 - - - - 350 | 03 | ~32 800 | 4,760 350 | 0.3 | ~33 770 | 4,580

~150 | 0.6 ~23 [1,510|7,550| ~150 | 0.8 | ~32 |1,210|8,470|~150 | 0.8 | ~33 [1,160 | 8,120

200 | 0.4 ~23 |1,510|7,550| 200 | 0.6 | ~32 |1,210|8,470| 200 | 06 | ~33 |1,160 | 8,120

250 | 0.3 ~23 |1,230(6,150| 250 | 0.4 | ~32 990 | 6,930| 250 | 0.4 | ~33 950 | 6,650

300 - - - - 300 | 03 | ~32 990 (6,930 300 | 0.3 | ~33 950 | 6,650

350 - = - - 350 | 03 | ~32 990 (5,890 350 | 0.3 | ~33 950 | 5,650

~150 | 0.6 ~23 800| 1,200 | ~150 | 0.8 | ~32 640 | 1,340| ~150 | 0.8 | ~33 610 | 1,280

200 | 0.4 ~23 800|1,200| 200 | 06 | ~32 640 (1,340 200 | 0.6 | ~33 610 | 1,280

250 | 03 | ~28 680(1,020| 250 | 0.4 | ~32 540 |1,130| 250 | 0.4 | ~33 520 | 1,090

300 - - - - 300 | 03 | ~32 540 (1,130 300 | 0.3 | ~33 520 | 1,090

350 - - - - 350 | 03 | ~32 540 | 950| 350 | 0.3 | ~33 520 | 910

~150 | 0.6 ~23 480 (1,440 ~150 | 0.8 | ~32 380 (1,600 ~150 | 0.8 | ~33 370 | 1,550

200 | 04 | ~28 480 (1,440 200 | 0.6 | ~32 380 (1,600 200 | 0.6 | ~33 370 | 1,550

250 | 0.3 =2 400|1,200| 250 | 0.4 | ~32 320 |1,340| 250 | 0.4 | ~33 310 | 1,300

300 = - - - 300 | 03 | ~32 320 (1,340 300 | 0.3 | ~33 310 | 1,300

350 - - - - 350 | 03 | ~32 320 (1,120 350 | 0.3 | ~33 310 | 1,090

~150 | 0.5 ~23 240| 720|~150| 0.5 | ~32 190 | 800|~150 | 0.5 | ~33 180 | 760

200 | 0.35 | ~23 240| 720| 200 | 0.4 | ~32 190 | 800| 200 | 0.4 | ~33 180 | 760

250 | 025 | ~23 200| 600| 250 | 0.25| ~32 160 | 670 250 | 0.25| ~33 150 | 630

300 - - - - 300 | 02 | ~32 160 | 670 300 | 0.2 | ~33 150 | 630

350 - - - - 350 | 02 | ~32 160 | 560| 350 | 0.2 | ~33 150 | 530

£ : ZHBURT Overhung length  ap: SHAEIDEHAGHRES Axial depth of cut - e : HRAEDEHAFFES Radial depth of cut 1 : TEBEHRE Spindle speed Vi1 3EWRE Feed speed

EALOERERE Note:
:1 .J;%Eﬁ)tﬂEIIJ%f*!ﬁfﬁﬂﬂﬁﬁ;ﬁv—?ml&t:mut‘%ﬂﬁ(f:‘:ét\o (J:EERBTS_O\X!:"/FJDEZT) 5 *1. The figure to be adjusted according to the machine rigidity or work rigidity.
2 UVVNUNRELIHEE YHAHREE EERBIELNEERL TR, HBVEEEREE T TEAES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.

772U A H G DY) BEEA LN TS, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BHMBHTEDB G, FTEHAAREERL TV RICNBEVVETF TRAL S, Feed speed.
‘4.Ii77—7EI—l:&')ﬂ]’)(fﬂ%iﬂﬁ%ﬁaf(ff’éb‘o B IHMCTOF rET (I T TN FRIRIC *4. Use air blow.

EBLLERN,



SKS-GII 09210 LXKk type

QTI'C75’47°754Z Facemill type

2/2
TE&(mm) Tool dia.
3 i3
WM A b 63 66 8
Work materials | ﬁé% é‘ﬁﬁi FIE No. of teeth SN FIEL No. of teeth SN FIEL No. of teeth ON
rt No.
e e 2 ap ae n Vi 2 ap ae n % 2 ap ae n Vi

(mm) | (mm) | (mm) |(min") (mm/min) (mm) | (mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (mm) |(min™") (mm/min)

~150 | 0.8 | ~43 760 | 6,080| ~150 | 0.8 | ~46 720 |5,760 | ~150 | 0.8 | ~59 600 | 5,400

=275 1% | gpEw 200| 06 | ~43 | 760 6,080| 200| 06 | ~46 | 720 5760| 200| 06 | ~59 | 600 | 5,400
A7 L2 090312

(US304316317) | g

17Cr% (SDET JC7550| 250 | 0.4 ~43 630 | 5,040 250 | 0.4 ~46 600 [ 4,800 | 250 | 0.4 | ~59 500 | 4,500
Stainless_s_teel 090312
( Alsfé‘gzeg;téc 317) ZDER-SM) 300 | 0.3 ~43 630 [5,040| 300 | 0.3 ~46 600 [ 4,800 300 | 0.3 | ~59 500 | 4,500

350 | 0.3 | ~43 630 |4,280| 350 | 0.3 | ~46 600 |4,080| 350 | 0.3 | ~59 500 | 3,830

~150 | 0.8 | ~43 960 (7,680 ~150 | 0.8 | ~46 920 | 7,360 | ~150 | 0.8 | ~59 760 | 6,840

TILT EA
iy TR spEw 200 | 06 | ~43 | 960 |7,680| 200 | 0.6 | ~46 | 920|7,360| 200 | 0.6 | ~59 | 760 | 6,840
ATV 90310

(SUS403,42042,430)} ~ Zep

13Cr% (SDET JC7550| 250 | 0.4 ~43 780 [6,240| 250 | 0.4 ~46 750 6,000 250 | 0.4 | ~59 620 | 5,580
S_ti_iinless steel» : 090312
(N1 109, 45003, 430)| ZDER-SM) 300 | 0.3 | ~43 | 780 6,240| 300 | 0.3 | ~46 | 750 6,000 300 | 0.3 | ~59 | 620 5580

350 | 0.3 | ~43 780 [5300| 350 | 0.3 | ~46 750 |5,100| 350 | 0.3 | ~59 620 | 4,740

~150 | 0.8 | ~43 510|1,220| ~150 | 0.8 | ~46 480 (1,150 | ~150 | 0.8 | ~59 400 | 1,080

200 | 0.6 | ~43 510|1,220| 200 | 06 | ~46 480 |1,150| 200 | 0.6 | ~59 400 | 1,080

AR Soew
A7 R
s:,;e/rdumff] 090312 75181 250 | 04 | ~43 | 430|1,030| 250 | 04 | ~46 | 410| 980| 250 | 0.4 | ~59 | 340 | 920
stainless steel ZER (JC7550)
) 300 | 03 | ~43 | 430|1,030| 300| 0.3 | ~46 | 410| 980| 300 | 0.3 | ~59 | 340| 920
350 | 03 | ~43 | 430| 860| 350| 0.3 | ~46 | 410| 820| 350 | 0.3 | ~59 | 340| 770
~150 | 0.8 | ~43 | 300 |1,440|~150 | 0.8 | ~46 | 290 1,390 | ~150 | 0.8 | ~59 | 240 | 1,300
BN 200 | 06 | ~43 | 300|1,440| 200 | 06 | ~46 | 290 |1,390| 200 | 06 | ~59 | 240 | 1,300
(Ti-6AI-4V) SDEW JC7518
35~43HRC 090312 ooz | 250 | 0.4 | ~43 | 250 |1,200| 250 | 0.4 | ~46 | 240 |1,150| 250 04 | ~59 | 200 1,080
Titanium alloy ZER ( )
EIEIE 300 | 03 | ~43 | 250|1,200| 300| 0.3 | ~46 | 240 |1,150| 300 | 0.3 | ~59 | 200 | 1,080
350 | 03 | ~43 | 250|1,000| 350 | 0.3 | ~46 | 240| 960| 350 | 0.3 | ~59 | 200| 900
~150 | 05 | ~43 | 150 | 720|~150| 05 | ~46 | 140| 670|~150 | 05 | ~59 | 120 | 650
N 200| 04 | ~43 | 150 720| 200| 04 | ~46 | 140 670| 200| 04 | ~59 | 120 | 650
NFEYE
(INCO718) | SDEW | ..o
B&35~43HRC | 090312 250 | 0.25| ~43 | 130 620| 250 | 025| ~46 | 120 580| 250 | 025| ~59 | 100 | 540
Inconel ZER (JC7550)
35~43HRC

300 | 02 | ~43 130 | 620| 300 | 0.2 | ~46 120 | 580| 300 | 0.2 | ~59 100 | 540

350 | 02 | ~43 130 | 520| 350 | 0.2 | ~46 120 | 480| 350 | 0.2 | ~59 100 | 450

£ : BHEURST Overhung length  @p : BI7SEIDYHAFF RS Axial depth of cut - @e : FRIFEIDYIAFRS Radial depth of cut n : TEDERHRE Spindle speed  VF: 3XRE Feed speed

ERLEOEBHEE Note
1. LEOTIHI RIS AR S LT -V BIEICEU TRECEE, (LRIBBTS0ZERIVICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPRELLBE G THAHRIE LRBUEL)HELTEIN HBVEEEREE T TEREE, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
FFEL A A H)DE)BIIEABV TS, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEMBHRENBE . ETYHAAFIERLTLESV RIS SV VE T U TERES L, Feed speed
4.7 T O—CENPIKTRREMIBEIT > TS FHT IHMCTOF vET I T TNV FRIBIC *4. Use air blow.
EBLEEY,
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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
IDIJET 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, M1 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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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.
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