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"QM MILL & QM MAX" New generation high feed mill
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tion for choice of DIJET high feed tools

' BRHEURE (L/D) ENiAHFEE (a@p) The relation between dp and L/D

ap(mm)
0.8

= QMZJL (MPM)
QM MILL (MPM)

— QMY YT Z (MQX)
QM MAX (MQX)

— EEY T AT —(MSH)
HIGH FEED DIEMASTER (MSH)

ERTE:

EEVHYY (EV15-9147)+
TAE—# (F — VB> v~ I 7 —/\)
Tool :

High feed tool (modular head type) +
MSN carbide shank holder

HRHI#E: R
Work material : Carbon steel

v KL Point

ap (EAmEEAF: mm) DLEES ap (Depth of cut: mm)
o[ /D=4LIFTIFQMI v I X (MQX) .BENIA T RT —
(MSH) h'ap=0.8mm& R NI TED
In case of L/D=4 and under, QM MAX (MQX) or HIGH FEED
DIEMASTER (MSH) are possible deep cutting at dp=0.8mm.
© QM= )L (MPMW) [EL/DIC &B . @pDZE{LH ML
QM MILL (MPM) maintains stable ap in case of changing L/D.

10 (L/D)

BEHE Machine

OB BN EL IAHZERLTERVBESHEIET
ZHADQAMZ)L (MPM) ZHEEE
If machine does not have enough power, machine rigidity, and enable
to be deep cutting, recommend to use QM MILL (MPM) with low
cutting force and multi blades.

WtIb < FHEHE Metal removal rate
PIb<FHEHE Q (ce/min)

QM=)L(MPM)
Vi QM MILL (MPM)
(m/min)  @---@ EDERE

140
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9 Feed speed : Vf
W b <FHHE

~~

100 - ==

8 Metal removal rate : Q

80

R 7 QMT Y2 (MQX)
QM MAX (MQX)

60

40
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10 12 16 20

v KL Point

PV THHHE DS Metal removal rate

0 916U T TIRQMZIL (MPM) Z 32
In case of tool dia.16 and under, recommend to use QM MILL (MPM).

0 p20~p40TIFQMT YT X (MQX) ZHESE
In case of tool dia.¢»20 and over, recommend to use QM MAX (MQX).

0--0 EDLEE
Feed speed :Vf
W b <THEHE
Metal removal rate : Q

=X 511 I R5—(MSH)
HIGH FEED DIEMASTER (MSH)
0--0 EDLRE
25 32 40 Feed speed : Vf

S4#& Tool dia. (mm) I yIb<THHE
Metal removal rate : Q

FATE: SxUhHvd (EVa15—-94 ) +HEE—8 (F—ILiBEY+>I7—/\) Tool : High feed tool (modular head type) +MSN carbide shank holder
ZEIEIDL/DC= 4L, #EI4: 53R, de = 0.6XDcICT L/Dc=4, Work material : Carbon steel, de=0.6xDc

%t Machine

© /\EUE (BTAOLLT) TIFQMS)L (MPM) 72332 (I8 HT)
In case of machining by small machine (BT40 and under), recommend to use
QM MILL (MPM) with low cutting force.

® hiEHE (V=10m/minlAT) TIFQMTwI X (MQX) Z#E3E (K1)
In case of machining by middle speed machine (V/f=10m/min), recommend to
use QM MAX (MQX) with low cutting force.

® (K& (Vi=6m/minlATF) TIFEIEW T 1 Y 29— (MSH) Z#i32
(3a—F LR TREN)

In case of machining by low speed machine (Vf=6m/min), recommend to use
HIGH FEED DIEMASTER (MSH) with 3 edges economy.
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EV1S—AvYRERLEO:FSEIE LUELTD

A ETIAS—AYREDFFEFD;ER  Attention to mounting head and MSN/ MGN shank holder.

EBIAS5—A\YRFFOFHIFEIE Tightening procedure
k] Cleaning
EI1S5—AYR F—IVBEY v I 7 —I\N[TRE—#] (B ULKIERAF =L+ I7—/N\[TEEG-Body) DfffEskZ L7 —ICT
ER<IEEL,
Remove dirt and chips with air from the connecting thread and shank holder.
16 {Rsh initial Tightening
FHHICT. EYaS—ANYNREES —IVBEY v 77—\ [TEE—#] (BULIERF =LY+ TI7—/\[TEEG-Body)) it E
WEEBFE TRMmDOLTIZE L,
Tighten by hand until the head and the shank holder faces meet.
[6] Fffsh-F Y2 Final Tightening
ML O0—)LRNFHULFERR/NF (DSTA ) ICTRENVIETH KW EOERS EARHEDUL T EE L,
BREAD IRV EZFESR<TES LY,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(X) (R € 9 ICIREICRRRN S HIRBTHFMHD T35 & RUEL VIR T 3ERENBVET

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

( -,
A\ EEHE BLHAX FET LD =08 W(mm)
Thread Tightening Torque Spanner size
1. ZINFEMLZ38O—ILRINF B UL IFERR/NF(DSTA D) M6 8.0N-m 8%
ZASERESVEITNULIEZSIRLEE W), M8 16N m 10, 12%
q _ _ . M10 16N m 14, 15
2. ZNFF D IFARICH > EBERS B TARMHLEE U, M2 20N-m 17,19
3. BEYVaAS—AYREF—IBEY v I 7 —N[TEE—H] (BLLIF M16 25N-m 22,26

AF =¥+ I 7—N\[TREG-Body)) DIFHZBETE TR B 1. AT BEIIS—AYRKRFCEHBLTSYFEAe FESROZE N,
N LT BT, 2. l\)b?]‘/\hl\i!\-)l_zl/\f%@@ﬁl&fDJS—/\‘yFGDZEmﬁ(WTbﬁ)B&U
AneL L ERER Il CHEZH I THEIBLLEEV(EFEI 1S —AYRTERR—IBR),
(RINFICEOTIREHEENBBEBZBENHIET )
Note) 1. Only use the torque control spanner wrench or 3. SEEW=85LLI$12 (LEISH) DEI 25— ~wRcoxE LTI,
DLIETDS ltype spannenwrench. . BAR/FDS-85LLIEDS- 122 ABLT BT,
2. Please turn the spanner wrench slowly during use. Note) 1. Modular heads are supplied without spanner wrench.
¢ H 2. In case of choosing torque control spanner wrench, confirm that the wrench size
8. Please confirm that there is no gap. is match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)
L 3. Y mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

J

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

HEQ16EBDEI 15— AYREERAT BIHESI}. HELY TmmE EEEOMVWEE—BZREL T EEL,
UK T DOhFHAHIC K TBE—FHFIET BBENHIE T,

In case of using modular head over ¢16mm, please select MSN carbide shank that diameter (¢ 01) is Tmm or
more smaller than modular head (¢ Dc). A wrong selection causes the carbide shank damage.
¢Dc—dD1=1mm TEE
U755 VR0.5mmB EHE

Clearance necessary
more than 0.5mm

TEE—OER: D1,
MSN carbide shank
neck diameter

YIS ZRETRH. J-5V M. I7T70—-D
ERZHELET.
Coolant or air blow is recommended to remove the chips.

EV15—AYROTE: ¢Dc
Modular head cutting diameter

A BRERDRIVI~DEWFFEFD;ER  Caution for the mounting to shrink fit holder.

F—IViBEY v 77 —N[TBE—HI EEV 25— AYRERELHINVST TERT BRF. ETV15—A\YRZFITUT. [TEE—H D
ZRERXHUTRIMIFITIRZEN . AYROERUHIFE BEERFHECTIT>TIRZE 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.

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

OB DIRTHAIRZEB UBIENA F v T LS AFTIMBET A XCH VN THER - BEERN T ZFIR,
SEEE00 L @BT30MINEIYY = YT Y IICH MG,
Low cutting oAdopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts, QM MILL
force achieved high speed and high efficient machining.
®Possible to use by low power and compact machines such as BT30.

New generation high feed mill
DM N

UNEE gy T, ISR B S BIVES 0T 2. 632 TERT DS Tt

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

IREHU— FofREISRICEBN = — LB+ 0 7 — N [THE—#] EOEBFEDEITKN.
VUL BEERINITEF v T DRERILZRR,

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

Vibration
free

” " SHEFEDHEFED HOTHE
{EifIAZF 7 Insertwith low cutting forces JNEE "1 | mulfut:> A X ab2Emtw B 115 K K0 42100y, | m{ k. 3561 1)

Multi blades specification even if small inserts achieved
maximum feed speed Vi=10m/min on general steel.

| - gnneiREnn

X { s — — \\: S oI “EE E.—-r;zfm
o32mm A GRF(RETSAIE L EIFICETHIDTE ZRBELEE

8K - Adopted high rigid G-Body. Highly accurate G-Body can correspond

from high feed to finishing.

FwITINULI—</32/ Inserts variation
RILIHHEEFTE NERTEEY +BHIVIIITHOIEE!
=ZEbH =X AN STiE bR
High feed insert High feed insert for unfavorable condition
R

Ay

EOMTO0602...ZER(2—3 R1.0, 2.0) EOMWO060210ZER

BHIDA SEEMR/I\—RFyT I—7R2
Shoulder milling insert High hardened steel I4 EN

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

0.02mm or less cusp height gives true 90 degree with no mismatch EOHWO0602...ZTR(J—3 R1.0, 2.0)

FyIHEICRCARAMNEL. —REHSEEEM. FIVEER MASETEOHHME THRISTEEBZPVDI—F« VT HiE
{JC5118) BFUiEtIHI[CREFPVDI—7 « >~ 7 #41&(JC8050) | M ISP THEEEMN RO SNBIIICH U, FW—BDE
FmLEXIR T 3FHPVDI—F 1V I HE(IC7560) £ 5IC HEE - Sl TmIFFHPVDI—F 2 J1iE(DH102) &=
ENs1rrv>,

Adopted PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy, tough grade
“JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance & impact strength and tool life.
Moreover, adopted new PVD coated grade “DH102” suitable for high hardened material.
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7))=[1: 358 Cutting performance

Cutting force comparison

#HEI# Material: S50C €50, 1049
BIEIZ Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, de=9mm, Down Cut

1500

-
o
o
o

w
o
o

BIHEIEHT(N)
Cutting resistance

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

XGEb777) 420 430

Feed force

YER) 660 1020

Main force

Z(HE570) 500 730

Back force

anh QM= JL MPMJ QM MILL MPM type | | At COmetitorA
O Resultant force 928 et f=5.2mm/rev f=5.2mm/rev

Cutting force comparison
#HHlI44 Material: S50C €50, 1049

s . o . _ _ . _ . [— XY 1 gy gl
B¢ Cutting conditions: Dc=16mm, Vc=120m/min, ap=0.3mm, de=9mm, Down Cut ( Eﬁu THU 10 01 {P )
EXGE0H7) BWYESA) Dz@ER0) O&h

1500 Feed force Main force Back force Resultant force

(N) QM=)L MPMRZ Azt
QM MILL MPM type Competitor A M [

1200 M

1/8¥ZXB8 2/¥ZXB 3/¥XB 4/3Z8 5/¥X8 1/XXB 2/XXH 3/¥XB 4/¥XB 5/¥ZH
1'stpath 2'ndpath 3'rdpath 4'thpath 5'th path 1'stpath 2'nd path 3'rdpath 4'thpath 5'th path

QMIILIF3NZALIRZ U EHRRICE(EEL QMSJL MPMAZ: 5/5ZE Adt: 5/¥28
Cutting forces of QM mill is kept constant since 3rd path. QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path

I FTEE (f=4.0mm/rev) Chipshape

IAWA=! 2)1NZH 3/XZH 4)\ZH 5/)Y2H
1'st path 2'nd path 3'rd path 4'th path 5'th path

_ v =l -
QM= JL MPM - € ‘g( ‘ gc '
QM MILL MPM type ; - L

k4

Att
Competitor A

QMIELIFTINLK THEED A L—R T, UIEIE D FEEH MR L), Chips by QM mill show smooth cut and less heat generation.
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New generation high feed mill

)| MelV SR =PE EAsa ]l Modular head MPM type

TYPE 99— NFYUFE Through coolanthole

@%b H For high feed milling

G'B@dly C [g
S MD
/7
g A SAHHE
S L AN
] A
| ! ~ 04
L rhraam) RI=R24 Lf
-*I.l'||||.|l'|l| | @EHIbA FOfShOéHdef m‘jlling
2 MD
(‘ﬁ
al - - ;5’”’ I | 1
S LAY
R0O.2~R0.8 B
Lf
~ 7A(mm) Dimensions T v 7_)‘%@? Pirt;g_
-~ i i =
& £ I AT AT Clamp screw | Wrench
No. of
Cat. No. Stock inserts dDc| Lf (¢oDb| MD | C W @©© Q@ﬁ g /§
MPM-2010-M6 [ 2 10 18 95| M6 6.5 8
MPM-2011-M6 { 2 11 18 97| M6 | 6.5 8
MPM-3012-M6 ([ 3 12 | 20 112 | M6 | 6.5 8
MPM-3013-M6 () 3 13 | 20 | 115 | M6 | 65 8
MPM-4016-M8 ([ 4 16 | 23 | 15 M8 | 8 12
MPM-4017-M8 | ® | 4 | 17 | 23 |15 | M8 | 8 | 12 | COROO0ZENZER pciteaon|  a0s
ZOMT0602%ZER
MPM-5020-M10 ([ 5 20 | 30 19 M10 | 9 14
MPM-5021-M10 () 5 21 30 |19 M10 | 9 14
MPM-6025-M12 (] 6 25 | 35 | 236 | M12 |10 17
MPM-7030-M16 { 7 30 | 43 |29 M16 | 12 22
MPM-8032-M16 (] 8 32 | 43 29 M16 | 12 22
A RS CF VT IFEFAATHIEE o BIRBKHLEET L, 77— Arbor YIBIZREE Cutting conditions
2. EVAS—AYROHEEMTIFNVIIIP.2Z2TSRIEE L,
(M6.MBH o RICIFFAR/INF(DST A ) DIERZEHELET ) 750‘?"17’;1590532§ J’Eﬁ Nbﬁ(l:j'rgl}g
Note) 1. All cutters are supplied without inserts. DSW-1838H 04
2. Please see page 2 for recommended tightening torque.
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.)
QOERR/NF (M6.M8H)
ZINFRE RLTAX wI~ILD —mEfE W = RS
Cat. No. Thread Tightening torque Spanner size Thickness Total length
6/5' DS-8 M6 8.0N-m 8 4 85
DS-12 M8 16N-m 12 4 93

¥Ya—bN\YRIVEERCROBE ZRLELET,
* DS type spanner wrench prevented over-tightening, due to short handle specification.

0 [ @ | X—hH—7EEm Standard stock items O : FEEA7EER Soon to be stocked O HEHNFLIEDREFEE Soon to be deleted
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. PM Eﬁa PME type 29— N7JYFE Through coolanthole

@=:XDHA For high feed milling

End mill type

DY IOILTISAA

S Te a5~ - — S |
/04
R1~R2 22 o5
L
@BHIDA For shoulder milling
8 e — «
3 e - S— S 3
RO.2~R0.8 2 o5
L
BPME-LS#HZ PME-LS type
@=HEDHA For high feed milling
%ie e
R1~R2 = 04
42 4s
L

@BHIDA For shoulder milling

|
|
|
|
|
|
|
®Ds

R0.2~R0.8
42 4s
L
~  ;&(mm) Dimensions WHSF v T a_yﬁgmfﬁ Pﬂt;g.
4T B & TEE| | J-5UM AR Bl Clzmpscrew Wrench
No. of [ Coolant
Type Cat. No. Stock inserts| ~ hole ®Dc| 92 | Is | L |¢pDs fo©\g; % Q; g /§
.__| PME2010810 e | 2| ® 10 20 60| 80| 10
LF+a> With
Y47 | PME3012512 | 3| ® |12 20|60 80 12
Regular With
type )
PMES014S12 | ® | 3 | Y | 14|20 | 60 | 80| 12 | rgusosonsszin
DSW-1840H A-06
o2 | PME2011S10-LS | @ | 2 | BL |11 |33 | 87 |120 10 | ZOMTOB02*ZER
D L
577 | PME3013SI2-Ls | @ | 3 | Bl |13 39 &1 120 12
Long shank 5L
e | PME3014s12-LS | @ | 3 | BL |14 42| 78 120 12

) TILFICFvTIIEHFAATHIFE A BIESKDHLIEE L,
Note) All cutters are supplied without inserts.

EIHEISRAE Cutting conditions @I it

OS5V TRURE | #EMNLI(N-m)
Clamp screw F torque
DSW-1838H 0.4

O

@ | X—H—7EEER Standard stock items O : FEHETEES Soon to be stocked O EEDELIEDREFEE Soon to be deleted
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New generation high feed mill
e)]) /

MPM/PME [ si5= > R
EEWA CEEEE16~19~—y) BEEMAN—RFvY CELETN19~21~—v)
High feed insert High hardened steel

- m
ol
,/\9*’
T 1
(JC7560) 3%
EixY AR bR CIELE TN 16~19~—y) BEIVA QEEEE 22~25x—)
High feed insert for unfavorable condition Shoulder milling insert
/\
T & o
()
@) re / - T '/\ve
.f_/ re = '/\.90
(JC7560) 3%
A7 e H e PVDIO—3 /% PVD coated ~  7Z(mm) Dimensions
Type Cat. No. Tolerance| jc5118 [@DH102] JC7560 | JC8050 | A T B | re | &
O EOMT060210ZER | M | ® ° ® |65 25|43 |10 13
A S T EOMT060220ZER | M ° ® (65|25 43 | 20 | 13°
Enxb AR Sosa bz
mHLig;hfeedinsertfor EOMWO060210ZER| M o o o 65 | 25 | 43 | 1.0 | 13°
unfavorable condition
A \—tFy| EOHWOR0210ZTR | H ° 65 | 25 | 43 | 1.0 | 18
High hardened steel  |@HEQHWO060220ZTR | H (] 65 | 25 | 43 | 20 | 13°
ZOMT060202ZER | M o () 65 | 25 | 43 | 0.2 | 13°
BHIDHA o
Shoulder milling insert ZOMT060204ZER | M o ) 65 | 25 | 43 | 04 | 13
ZOMT060208ZER | M o (] 65 | 25 | 43 | 0.8 | 13°

15— 10fBAUTY, 10 inserts per case.

QME)VAF YT DRI —21ICDUT  Discrimination of grade for MPM / PME insert

ME(OQ—FT VD) TEILFYTNRDFEDDDY—INERFEDFT, CEADRICTHESRLTZEL,
Each grade shows different mark around the hole for fool proof.

JC5118 JC8050/JC7560

HRl~—2
Discrimination
mark

Y9 %94 Y— MAGNETISER

O RS A N—SEimBEE AMAICE LA S  B<IRDEIF T BERICER / BREAITAE T,
O RS A N—SEImERZE (L T BT LT Fy TRUT IFEFDIERRERN 7Y FUE T,
- XERICIIEEZZ(IIEBOMETIRERLENTLLEE L

demagnetising /

entmagnetiateren @ Magnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the Magnetizer + and rubbing lightly.
b o The work efficiency when insert is setting by magnetizing the tip of wrench improves.
sPlease do not use it in the vicinity of the equipment to be influenced with magnetism.

2 & Cat No. FEEE Stock
MAGNETISER ) 15—21BAUTT,

1 piece per case.

magnetising /
magnotisieren

o [ @ | X—AH—7EEEm Standard stock items O : JEEA7EER Soon to be stocked O HEHNFLIEDREFEE Soon to be deleted
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SHEENTR For high productivity
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MSN Carbide shank holder

AE

OD2: I =52 RVE

Fig.1 % ¢D2: —=> KyUE Coolant hole dia. Fig.2 Coolamt Tiole dia.
—] © ©
RiE= ———{ {PTE————7%
VA , | 2 ont
L
IURZEI T4 T Endmill shank type TR

¥ o= I e R BR(o)|

Cat. No. Stock ®Ds 01 L OD1 On° MD oD2 Weight ’
MSN-M6-12-S10C [ 10 12 60 9.7 — 0.06 1
MSN-M6-15-S12C [ 12 15 60 11.5 — 0.08 1
MSN-M6-30-S10C (] 10 30 80 9.7 — 0.07 1
MSN-M6-30-S12C ° 12 30 80 11.5 — 0.11 1
MSN-M6-35T-812C ° 12 35 92 9.5 | 130 0.12 2
MSN-M6-50-S10C ° 10 50 100 9.7 — M6 3 0.09 1
MSN-M6-50-S12C ° 12 50 100 11.5 — 0.13 1
MSN-M6-57T-S12C o 12 57 114 9.5 1° 0.14 2
MSN-M6-65T-S16C (] 16 65 125 11.2 1" 45 0.28 2
MSN-M6-80-S10C { 10 80 130 9.7 = 0.12 1
MSN-M6-80-S12C o 12 80 130 11.5 — 0.18 1
MSN-M8-20-S16C () 16 20 75 15.5 = 0.17 1
MSN-M8-40-S16C ° 16 40 95 15.5 — 0.22 1
MSN-M8-40T-S20C ) 20 40 100 145 | 330 0.36 2
MSN-M8-77T-820C o 20 77 143 145 | 1745 M8 4 0.49 2
MSN-M8-80-S16C ° 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C ° 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C [ 16 152 207 15.5 — 0.51 1
MSN-M10-20-S20C (] 20 20 80 19.5 — 0.29 1
MSN-M10-40-S20C [ 20 40 100 19.5 — 0.39 1
MSN-M10-40T-S20C [ 20 40 100 185 | 0°43 | M10 4 0.39 2
MSN-M10-70-S20C [ 20 70 130 19.5 — 0.50 1
MSN-M10-85T-S25C ° 25 85 161 18.5 2 0.90 2

F) EVAS—AYROERERFHGFMILIIFP.2ZISRIEE N,

Note) Please see page 2 for recommended tightening torque.

[

@ | X—A—7EEER Standard stock items

O : JEETEER Soon to be stocked

O : EEDELIEDREFEE Soon to be deleted

O
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SHEEINTHA For high productivity
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Ouick & Mini

New generation high feed mill

eJ!

eJ)

MSN Carbide shank holder

B~

GD2: T =S NE

Figl % ¢D2: 77—/ hy¥fE Coolant hole dia. Fig.2 % Coolant hole dia
] O Ne}
(e {fT———]
21 i | 0 ont
L
IR +2I AT Endmill shank type
= . ~  7A(mm) Dimensions 8 (k) -
Cat. No. Stock ®Ds 21 L ®D1 On° MD oD2 Weight
MSN-M10-90-S20C [ 20 90 150 19.5 — 0.60 1
MSN-M10-90T-S20C o 20 90 150 185 | 0" 19 0.58 2
MSN-M10-140-S20C [ 20 140 200 19.5 — V10 . 0.80 1
MSN-M10-140T-S20C ° 20 140 200 185 | 0°12 0.77 2
MSN-M10-160-S20C ° 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C [ 20 210 270 19.5 — 1.07 1
MSN-M12-25-825C o 25 25 90 24 — 0.53 1
MSN-M12-55-S25C o 25 55 120 24 — 0.72 1
MSN-M12-100T-S32C [ 32 100 180 23.5 2° 1.61 2
MSN-M12-105-825C ° 25 105 170 24 — M12 6 1.03 1
MSN-M12-135-825C ° 25 135 215 24 — 1.30 1
MSN-M12-155-825C ° 25 155 220 24 — 1.34 1
MSN-M12-200-S25C [ 25 200 265 24 — 1.58 1
MSN-M16-25-S32C ° 32 25 90 29 — 0.85 1
MSN-M16-55-S32C [ 32 55 120 29 — 1.13 1
MSN-M16-77-S32C ° 32 77 157 | 29 — 1.47 1
MSN-M16-97-S32C o 32 97 177 29 — 1.64 1
MSN-M16-105-832C ° 32 105 170 29 — 1.59 1
MSN-M16-117T-S32C ) 32 117 197 29 0 38 1.88 2
MSN-M16-127-832C ° 32 127 207 | 29 — 1.89 1
MSN-M16-127T-S32C [ 32 127 207 29 0’ 30° M6 g 2.23 2
MSN-M16-155-832C ° 32 155 220 29 — 2.04 1
MSN-M16-177-832C [ 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C ) 32 177 257 29 0" 23 2.78 2
MSN-M16-195-832C [ 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C ° 32 197 277 | 29 0" 23 3.00 2
MSN-M16-225-832C [ 32 225 290 29 — 2.57 1
MSN-M16-245-832C [ 32 245 310 29 — 2.74 1
MSN-M16-295-832C o 32 295 360 29 — 3.17 1

F) BEVAS—AYROHEEHLITNLIIEP.2%Z TSRS,

Note) Please see page 2 for recommended tightening torque.

(9 )

@ | X—AH—7EER Standard stock items

O : JEETEEER Soon to be stocked

O TEENIELIEDREFEE Soon to be deleted




TYPE ‘

TAE—# (EY25—~v REZA—ILBIEY v~ 2 7—I\)
SHEENTR For high productivity

// DIJET

MSN Carbide shank holder

,,,,,,,,,,,,

ABRL—bR7P—I\T4 7 Straight arhor type

A~

7 = e ~  7A(mm) Dimensions 8 (k)

Cat. No. Stock ®Ds L MD oD2 Weight
MSN-M6-67S-S9.8C [ 67 0.06
MSN-M6-107S-59.8C ° 9.8 107 Mé 3 0.10
MSN-M6-82S-S10C [ 10 82 M6 o 0.08
MSN-M6-122S-S10C [ 122 0.12
MSN-M6-80S-S11.8C [ 11.8 80 Me 3 0.11
MSN-M6-1208-S11.8C o 120 0.17
MSN-M6-90S-S12C [ 20 0.13
MSN-M6-130S-S12C [ 12 130 M6 8 0.19
MSN-M8-97S-S15C [ 97 0.21
MSN-M8-147S-S15C [ 15 147 M8 4 0.33
MSN-M8-197S-S15C o 197 0.44
MSN-M8-107S-S16C o 107 0.27

16 M8 4

MSN-M8-157S8-S16C [ 157 0.40
MSN-M10-130S-S18C o 130 0.42
MSN-M10-190S-S18C o 18 190 M10 4 0.62
MSN-M10-240S8-S18C [ 240 0.89
MSN-M10-130S-S20C o 130 0.53
MSN-M10-190S-S20C [ 20 190 M10 4 0.78
MSN-M10-2508-S20C [ 250 1.02
MSN-M12-185S-S23C o o3 185 M12 5 0.98
MSN-M12-265S-S23C o 265 1.42
MSN-M12-185S-S24C [ 185 1.07
MSN-M12-265S-S24C o 24 265 M12 6 1.54
MSN-M12-145S-825C [ 145 0.91
MSN-M12-2158-S25C [ 25 215 M12 6 1.36
MSN-M12-285S-S25C o 285 1.80
MSN-M16-160S-S28C o 160 1.22
MSN-M16-230S-S28C [ 28 230 M16 8 1.77
MSN-M16-310S-S28C o 310 2.41
MSN-M16-157S-S32C [ 157 1.61
MSN-M16-217S-S32C [ 32 217 ‘o 8 2.22
MSN-M16-287S-S32C [ 287 2.94
MSN-M16-357S-832C [ 357 3.66

F) EVAS—AYROEERHIFMLIIFP.2ZEISRIEE N,

Note) Please see page 2 for recommended tightening torque.

[

@ | X—A—7EEER Standard stock items

O : JEETEEER Soon to be stocked

O EEDELIEDREFEE Soon to be deleted
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Quick & Mini
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New generation high feed mill
QN :

MGN 8@ G-Body (E¥a5—~yFARF—ILY+o7—)0) UL E GRS EL QUG
TYPE

)/ O=AIMEN DMAEICENDG-Body @¥3a—hIAF
fﬁl@ G;Bodyl eziiLE= @I ORMTROIY< a2 ok SHIRHIEIC(E.
JARANNTA—=I YV RICHEBNIIEEG-Body (RF—ILY v+ T) ZHRVIELE T,
eAdopted ultra-rigid and improved body durability "G-Body". eShort type
*Cost-effective and high strength steel shank holder.

¢oD2: U—Z> k7UE Coolant hole dia.

s

, _

21 |
L

e E T ~  7E(mm) Dimensions E%(kg)

Cat. No. Stock o®Ds 41 L OD1 On° MD oD2 Weight
MGN-M8-17-S16 ([ J 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 (] 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 ([ J 25 35 105 24 — M12 4 0.36
MGN-M12-85-825 (] 25 85 165 24 = M12 4 0.57
MGN-M16-37-832 ([ J 32 37 107 29 — M16 6 0.56
MGN-M16-77-S32 { 32 77 157 29 = M16 6 0.83

) QVSILBLTQMI YT ZETEEIG-BodyHED BIFDEIHEISRMAIF. P.15~25, P.33~121DZELJHIREREZDFFERLIZE L,
Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 15-25, page 33—-121).

T EA M ICBN R+ REOGNLE(C &V, RE@ES65HRCI L ESBEN DREHICHL SR T, AT
2B &V TEEGEEFMHRIE30% U L7 v T, BEEITREICEMNERELE T,
G B@d ESIC UK TDERE. BOREENHTIHREHIET.

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.

m [ @ | X—A—7EEEm Standard stock items O : FEBA7EER Soon to be stocked O HEHFLEDREFES Soon to be deleted




TAE—{& (@BEy v o—iF8)

MSA Arbor integrated carbide shank

// DIJET

=52 RIUTFE Through coolanthole J = EESENN TR For high productivity
L

4 (@BiEv>7)
(Carbide shank)

21

e _

D1

BT &+>2/9%A 7 BT shank type

BT No.

AE— %

A 7EE ~  7A(mm) Dimensions E2 (kg)
B LT Stock | gmmEzn) | {1 42 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 2 25 80 22 105 15 M8 32 BT40 1.4
MSA-M8-130-50-BT40 B 50 80 22 130 15 M8 32 BT40 1.4
MSA-M8-155-75-BT40 * 75 80 22 155 15 M8 32 BT40 1.5
MSA-M8-165-85-BT40 P 85 80 22 165 15 M8 32 BT40 1.5
MSA-M10-125-25-BT40 ES 25 100 42 125 19 M10 38 BT40 1.8
MSA-M10-150-50-BT40 % 50 100 42 150 19 M10 38 BT40 1.9
MSA-M10-175-75-BT40 P 75 100 42 175 19 M10 38 BT40 2.0
MSA-M10-200-100-BT40 B 100 100 42 200 19 M10 38 BT40 2.0
MSA-M12-125-25-BT40 * 25 100 42 125 24 M12 45 BT40 2.0
MSA-M12-150-50-BT40 P 50 100 42 150 24 M12 45 BT40 2.1
MSA-M12-175-75-BT40 B 75 100 42 175 24 M12 45 BT40 2.3
MSA-M12-200-100-BT40 * 100 100 42 200 24 M12 45 BT40 2.4
MSA-M8-120-25-BT50 P 25 95 22 120 15 M8 32 BT50 4.0
MSA-M8-145-50-BT50 2 50 95 22 145 15 M8 32 BT50 4.0
MSA-M8-170-75-BT50 B 75 95 22 170 15 M8 32 BT50 41
MSA-M8-180-85-BT50 * 85 95 22 180 15 M8 32 BT50 4.1
MSA-M10-140-25-BT50 2 25 115 42 140 19 M10 38 BT50 4.3
MSA-M10-165-50-BT50 B 50 115 42 165 19 M10 38 BT50 4.4
MSA-M10-190-75-BT50 % 75 115 42 190 19 M10 38 BT50 4.5
MSA-M10-215-100-BT50 P 100 115 42 215 19 M10 38 BT50 4.5
MSA-M12-140-25-BT50 ES 25 115 42 140 24 M12 45 BT50 4.6
MSA-M12-165-50-BT50 * 50 115 42 165 24 M12 45 BT50 4.7
MSA-M12-190-75-BT50 P 75 115 42 190 24 M12 45 BT50 4.9
MSA-M12-215-100-BT50 P 100 115 42 215 24 M12 45 BT50 5.0
MSA-M12-240-125-BT50 % 125 115 42 240 24 M12 45 BT50 5.2
MSA-M16-140-25-BT50 P 25 115 42 140 29 M16 54 BT50 54
MSA-M16-165-50-BT50 B 50 115 42 165 29 M16 54 BT50 5.6
MSA-M16-190-75-BT50 * 75 115 42 190 29 M16 54 BT50 5.8
MSA-M16-215-100-BT50 P 100 115 42 215 29 M16 54 BT50 6.0
MSA-M16-240-125-BT50 X 125 115 42 240 29 M16 54 BT50 6.2

A) 1. EVIS—AYREBEE—HFEHF SO EROUIHISRMAE. P.15~25.P.33~121D
REVBIRHREZZDEFBEAEE .
2. EVAS—AYROHERMIFNLIEIP.2Z BRI,

3. FIWRIYRIERBLTBUFEE A,

Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
cutting conditions sheet (see page 15—-25 and 33—-121).
2. Please see page 2 for recommended tightening torque.

3. MSA arbor is supplied without pull studs.

[

@ ! X—H—7EEER Standard stock items

O : IEETEEER Soon to be stocked

O EEDIELIEDRERESE Soon to be deleted

¥ | BIFSEER Made to order
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Ouick & Mini
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New generation high feed mill
L} ’ |

e

11| et 7. M2l IR o cia) M MSA Arbor integrated carbide shank
TYPE

e

’iﬁl@ — Jé‘
4 (B> )
(Carbide shank) 21
g 5 o HSK No.
J 8
3 9 |
&
§ [ "
mo|
HSK Y+ 4 4T HSK shank typs I—S VNI IMIE Coolant duct
A s & (Mm) Dimensions E8 (kg)
gat. fo. Stock | g | 01 42 L ®D1 | MD | ¢D2 |HSKNo.| MWeignt
MSA-M8-105-25-A63 2 25 80 22 105 15 M8 32 AB3 1.3
MSA-M8-130-50-A63 50 80 22 130 15 M8 32 A63 1.3
MSA-M8-155-75-A63 75 80 22 155 15 M8 32 AB3 1.4
MSA-M8-165-85-A63 85 80 22 165 15 M8 32 A63 1.4

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

25 100 42 125 19 M10 38 AB3 1.6
50 100 42 150 19 M10 38 ABG3 1.7
75 100 42 175 19 M10 38 AB3 1.8
100 100 42 200 19 M10 38 AB3 1.8
25 100 42 125 24 M12 45 AB3 1.9
50 100 42 150 24 M12 45 AB3 2.0
75 100 42 175 24 M12 45 AB3 2.2
100 100 42 200 24 M12 45 ABG3 2.3

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

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

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

) 1. EVAS—AYREFEE—FEHFED B IFOYIRISRMF. P.15~25,P.33~121D Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
EEYHIRMHGRZEZTDOEFEAIEE L, cutting conditions sheet (see page 15-25 and 33-121).
2. EVAS—AYROHEMIIFNILIFP. 22 TSR IZE L, 2. Please see page 2 for recommended tightening torque.

@ [ @ | X—H—7EEM Standard stock items O : EETEES Soon to be stocked O TEEDTIELIEDREREE Soon to be deleted % 1 BEELEER Made to order




Jme=={;Jl| Cutting data for "QM MILL"

// DIJET

1. FRZEREERGR MRS v NI Pocket milling for aircraft parts

WYL Pocket milling % #  Partname | FARE—R Test piece
ZHURE Overhung length : 70mm e
)1
T o | # Hl # Material INCO718
#=
S
fiEg & Hardness 40HRC
o . MPM-5020-M10
2 _ oo & ToolNo. | M 0-40-520C
(o]
ool Z" | FuFWE  InsertNo. | EOMT060210ZER
Y ) & Grade JC5118
OERRE _ Ve :
e n, (V) nN=478min", Vc=30m/min
. EUIRE _ Log
- 90 - == VO V{=956mm/min, f=2mm/rev
2
2
%5 | dp(mm) 0.3mm
8
&R Result ﬁ:fg» de(mm) 20mm
3
LZEMNLITE, %E%Eﬂfo 2553 #%DVbmaxid J—5YKh  Coolant SE(EETI—SF) Wet cut (high coolant pressure)
0.2mmC, el T olgE,
MPM works very well. After 25min, Vbmax was 0.2mm. .
Still able to cont)i/nue. fEFA®M  Machine #RMC Horizontal MC

2. A7V L AMDEEEENT High efficient machining

for stainless steel

BIL siot milling % 5 Part name ZFL—b Plate
WEFINA AT YRI)VEMH HSS endmill : i
Vf=40mm/min 1
Q=7.2cc/min, 360cc/TYRZJL 14 endmill %g W Hl w7 Material SUS304
2000 "
fiE & Hardness —
2 MPM-5020-M10
2 _ oo & ToolNoo | NI 0-20-520C
(o]
é'_ F IR Insert No. EOMTO060210ZER
bl & Grade JC8050
EEnRE _ e :
A Dees 10 n=1,600min", Vc=101m/min
20 ) RE
. = VA, (f) Vi=4,000mm/min, f=2.5mm/rev
= E
of L[ .
c
2 dp(mm) 0.3mm
%3S P :
3
&R Result 1¢§ de(mm) 20mm
5
()
QMI)VIFEIWLK T HEHEQ=24cc/min. . ) .
&5Q=900cc/11—F. J—3Vk  Coolant I7—20— Airblow
NA ZADIMEDEEES LUEDEEM.
QM mill remove Q=24cc/min.
Total Q=900cc/corner. 8 FAF A Machine ITHZMC Vertical MC

QM mill improved 3 times or more productivity & life.




Ouick & Mini

New generation high feed mill

eJr

winls TN Ao mEn 2 2y vt Definition of corner shape for programming

(mm)
e BLAGE 70754 2—FR BLRAHE HWELE
Over Cut Corner radius for programming Over Cut Remains
R1.0 (E 7 standard) 0 0.17
SOoSh I—FR %/ R1.5 0.09 0.08
Corner radius for programming \\'53 o R2.0 0.30 0
I\
< 3 ) 025 L0—FRER2CHRET DA
HlUFELE - =1 J—7FR2F v (EOMT060220ZERE LK IFEOHW060220ZTR) %
Remains | FATNHELRERIIRETY,
/‘\/‘ W=1.7 Note) In case of setting corner radius for programming to R2, recommend to use
\ corner radius R2 type insert (EOMT060220ZER or EOHW060220ZTR).
O Jf J =
EO:fiz AXZRFvIICHBIFSHITOT 7 IVIITROEFEEIE
Attention for profile milling with EQ*<-type inserts
SVEVI I Ramping AUAJLINTI Helical interpolation @'V— L)\ ADEHTTE
®Dh Calculation of tool pass dia.
S S ¢dc = ¢Dh—pDc
i YL RE g TeE
Tool pass dia. Bore dia. Tool dia.
8l h\ : O EEDDUAH RS HBALIAH
Mk / ! \ FEAPEMAFVNKSICLTLZE L,
Ll S -~ 1 - ) Depth of cut per one circuit should not exceed
mf | 12 , max. depth of cut dp.
ol H - i N N
©) ‘;;DN fj[ @Y— U/ ADEEAAIEFS D vh
z \\ (752 &SRB EDICLTLIZE L,
! f 1\ | Down cutting is recommended, so tool pass
odc rotation should be counterclockwise.

OS5 YT AUAIVIITHFE) REZELEYIHIRERD70%LT  oln case of ramping and helical interpolation, apply 70% or less

THIIUTLEE L, feed speed from standard cutting condition table.
O RUU VI NITHE. B EIEVRE ZFELHISRERDE50%IUTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIULTLEEWL, standard cutting condition table.
ORUUVIITIEIICIE. EREURWIVK FHRUEIZESHHYUE  @Long consecutive chips may come out in case of drilling, confirm
FTDT. REICIFTFEELTLIEE L, the safe condition sufficiently.
. SVEVINT ANUBDJVRGIF T
) e~ Eﬂ%@?% %%éﬂ%g} —— Rsamjcqur;;;]ajm* - Helical interpolation
Toko|ooda enus | Mot | m Sl | yrmommson | S | EATE
(mm) (mm) M::élr:rgemg Total cutting length at Max. dp Dh min (mm) Dh max (mm)
MPM-2010-M6 10 6.6 0.3 2°18 7.5 15 18
MPM-2011-M6 11 7.6 0.3 1° 54! 9 17 20
MPM-3012-M6 12 8.5 0.3 1° 36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1° 24 12.3 21 24
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0° 54' 25.5 29 32
MPM-5020-M10 20 16.5 0.4 0° 45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0° 42 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0° 30' 45.8 45 48
MPM-7030-M16 30 26.5 0.4 0° 27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0° 24' 57.3 59 62
PME2010S10 10 6.6 0.3 2°18 7.5 15 18
PME2011S10-LS 11 7.6 0.3 1° 54' 9 17 20
PME3012812 12 8.5 0.3 1° 36' 10.7 19 22
PME3013812-LS 13 9.5 0.3 1° 24 12.3 21 24
PME3014S12 (-LS) | 14 10.5 0.3 1°18' 13.2 23 26

E) ERIBEGF 0.5 AN TERLIESW (LEEEEZBRIFVRDITERELEEIW) o
@ Note) The ramping angle 0.5° or less is recommended (please refer to the above table).



RIZDHAEOMT/WHZ A5E3RHRF v T 1RV HISRH

Recommended cutting conditions for "EOMT/W-type inserts"

QM=ZJL. MPM# + mBE—®& (T 15— NYRAF—IVEBE+>27—] ) MPM and MSN type
T E%#& (mm) Tool dia.

wu s | TV 10/11 12/13 16/17
Work materials Mg F#L No. of teeth 2N F#L No. of teeth 3N X# No. of teeth 4N
Grades | ¢ ap | ae n Vi | 2 ap | ae n vi | 2 a | ae n £
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
R ~ ~ ~
(4%5%0,8559) Jorsee |50 | 03 6 3,820 4580 | 60 | 0.3 8 3180|5720 70 | 0.4 12 12,390 | 8,600
i e (WCRED)| 75 | 025 | ~6 |3440|3720| 80 | 025 | ~B |2860| 4630] 120 | 03 | ~12 2150 6,970
5
20%0,050) 100 | 02 | ~5 |3,060]2940| 110 | 02 | ~7 |2,540|3,660| 160 | 0.25 | ~12 | 1,910 | 5,500

TH ~ = ~
(skD61. Sk011)_ | Jo7560 50 | 0.3 6 |3,5004,200| 60 | 0.3 8 12920|5260( 70 | 0.4 12 12,190 | 7,880

B 255HBLL cate0)| 75 | 02 | ~6 3150|3400 80 | 02 | ~8 |2630|4260] 120 | 03 | ~12 /1970 6380
ey o) 100 | 015 | ~5 | 2,800 2,690 | 110 | 0.15 | ~7 |2,340|3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
TU/\— R4 50 | 03 | ~6 3500|4200 60 | 03 | ~8 |2.920|5260| 70 | 0.4 | ~12 2,190 | 7,880

(HPM7, PX5, P20) | yc7560

B 30-86HRC | (Josos0)| 75 | 025 | ~6 | 3,150 |3,400| 80 | 0.25 | ~8 |2,630|4,260| 120 | 03 | ~12 1970 6,380

—_——

(12311, p20) |(JC5118)
30-36HRC 100 | 0.2 ~5 12,800|2690| 110 | 0.2 ~7 12,340 3,370 | 160 | 0.25 | ~12 | 1,750 | 4,900
TUJ\—R 4 50 | 0.3 ~6 |2,860|3,150| 60 | 0.3 ~8 123903940 70 | 0.3 ~12 11,790 | 5,010

(NAKEO, HPM1, P21)
BCTS8-ASHRC | IS0 1 75 | 0.25 | ~6 | 2570|2540 80 | 025 | ~8 2,150 3,190 | 120 | 0.25 | ~12 | 1610 | 4,060

(JC5118)
2ol 100 | 02 | ~5 [2290]2010| 110 | 02 | ~7 1910|2520 160 | 02 | ~12]1.430] 3,200
AN 50 | 025 | ~6 2,230 /2,230 60 | 025  ~8 |1,.860 2790 70 | 0.3 | ~121,390] 3,340

(%ggveiéDsAgH%Hé\) JC5118
Hardened e seal | (Gaos)| 75 | 015 | ~6 12,010|1,810| 80 | 0.15 | ~8 | 1,670|2250| 120 | 02 | ~12 1,250 | 2,700

(1.21‘324212?4%%79) 100 | - - - - 110 | - - - - | 160 | - - - -

BEANH ~ ~ ~
(SKD11 SLD. DC1) 50 | 0.1 6 | 950| 470| 60 | 0.1 8 800| 600 70 | 0.15 12| 600 | 600

JrboseRC |88 75 | - | - | - [ -] s - [ -] -] - |120]01 [~12] s40] 400
(12344, 1.2379) w00 ] - | - | -[-[m[-7-7-17-lw] -7-1-7]-
19%@»;%%;{%& e 50 | 03 | ~6 4780 5740| 60 | 03 | ~8 |3,980|7160| 70 | 0.4 | ~12 2,980 10,730
&300HBL

g%yc@gdgggé@ (Crseo)| 75 | 0.25 | ~6 14,300 4,640 80 | 0.25 | ~B 3580 5800| 120 | 0.35 | ~12 | 2,680 | 8680
Below 3008 100 | 0.2 | ~6 3820 (3670| 110 | 0.2 | ~8 3,180 4580| 160 | 0.3 | ~12|2,380 6,850
27U 50 | 03 | ~6 3,820 4580| 60 | 03 | ~8 [3180|5720| 70 | 0.4 | ~12 2,390 | 8,600
BASSOLBRIT sey| 75 |02 | ~6 [3440[3720| 80 | 02 | ~8 2,860 4630| 120 | 0.3 | ~12 2,150 6,880

—

Stainless steel

Below 250HB 100 | 0.15 | ~5 |3,060(2,940| 110 | 0.15 | ~7 |2,540| 3,660 | 160 | 0.25 | ~12 | 1,910 | 5,350
50 | 0.3 ~6 [1,9101910| 60 | 0.3 ~8 [1,590(2380| 70 | 0.3 | ~12 (1,190 | 2,380
FEYUEE JC7560
(Ti-BAI-4V) (Jcs118)| 75 | 0.2 ~6 | 1,720 1,550 80 | 0.2 ~8 |1,430(1,930| 120 | 0.25 | ~12 | 1,070 | 1,930
Titaniumalloy | (JC8050)
100 | 0.15 | ~5 |1,530(1,220| 110 | 0.15 | ~7 |1,270|1,520| 160 | 0.2 | ~12 | 950 1,520
50 | 0.3 ~6 950 | 760| 60 | 0.3 ~8 800, 960| 70 | 03 | ~12| 600| 960
[HE =k JC5118
(INCO718) (JC8050)| 75 | 0.2 ~6 850 | 760( 80 | 0.2 ~8 720 780 120 | 0.25 | ~12 | 540 | 780
Inconel (JC7560)
100 | 0.15 | ~5 760 | 610| 110 | 0.15 | ~7 640 610| 160 | 0.2 | ~12| 480| 610

2 IVRINBHLES, ap: SARIDYNAHKRS, Qe: ¥RABDYTNAHES, N : TEEEERE, Vi: E)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LDOXFREIR
1) LEEDUIHISES . RIS K0T — IR U TRELIEE L,
2) UUWHRELUHEF AAHFESZ LEMIEXVBEUTLIREV. 3V IOEmEREZ T IFTERALIEE L,
FeR2U T HBU DRV EEFEZ BN TS,
3) MBI NITREBDEHEF. FTVIAHFRIE XL TLREEVRICNB LV VIZ FIFTERLEE WL,
4) I7 =7 O— LI TREMBEZT>TRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

4) Use air blow. m



Ouick & Mini

New generation high feed mill

e,

=iED A EOMT/WHZ AE3RF v T {FEIHISEE

Recommended cutting conditions for "EOMT/W-type inserts"
QM=ZJb. MPM#A + mBE—®(EY 15— NYRAF—IVEBE+>277—J ) MPM and MSN type

TE& (mm) Tool dia.
w727 20/21 25
Work materials (2L F#E No. of teeth BN TEL No. of teeth BN
Grades 2 ap Qe n Vi 2 ap Qe n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
] ~ ~
(gs%c, B | sorseo| 7 0.4 14 | 1910 | 8600 90 0.4 18 | 1530 | 8260
e 250HBLT Ejgs??gi 120 0.3 ~14 | 1,720 | 6970 | 140 0.3 ~18 | 1,380 | 6710
5
£050,058) 190 | 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
TE® - ~
5t o | scrse 70 0.4 14 | 1,750 | 7,880 90 0.4 18 | 1400 | 7,560
B2OSHBLL 8%2??3; 120 0.3 ~14 | 1580 | 6400 | 140 0.3 ~18 | 1260 | 6,120
) 190 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4840
7U}\_|\“y“ ~ ~
eI | oo 70 0.4 14 | 1750 | 7,880 90 0.4 18 | 1400 | 7,560
B 30-36HRC Ejgs??g; 120 0.3 ~14 | 1580 | 6400 | 140 0.3 ~18 | 1260 | 6,120
5
(12311, £20) 190 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4,840
| 70 0.3 14 | 1430 | 5,000 90 0.3 18 | 1150 | 4,830
(‘_Mold S | cstie) 120 025 | ~14 | 1200 | 4060 | 140 025 | ~18 | 1040 | 3930
e 190 0.2 ~14 | 1140 | 37190 | 210 0.2 ~18 920 | 3,090
AN ~ ~
| 70 0.3 14 | 1110 | 3330 90 0.3 18 890 | 3,200
nggia{,%%?l Jore ] 120 0.2 ~14 | 1,000 | 2700 | 140 0.2 ~18 800 | 2,590
oG 0 | - | - - - e - - - -
18 - ~
sl 70 0.15 14 480 600 90 0.15 18 380 570
Ha%ggjdfi;;;g)e' el 120 0.1 ~14 430 480 | 140 0.1 ~18 340 460
SeiootinG 0 | - | - - -l [ - - - | -
a%a 575 Lk 70 0.4 ~14 | 2390 | 10750 90 0.4 ~18 | 1910 | 10,310
fE300HBLLT | JC5118 N N
Grey@(&Nodulmitimn Joedy| 120 0.35 14 | 2150 | 8710 | 140 0.35 18 | 1,720 | 8,360
peac, G 190 03 ~14 | 1910 | 6880 | 210 03 ~18 | 1530 | 6610
25U H 70 0.4 ~14 | 1910 | 8600 90 0.4 ~18 | 1530 | 8260
EE*(SUSS(M)‘ JC7560
&250HBIUT | (oanay| 120 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 1380 | 6710
Stainless steel
Below 250HB 190 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
70 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
FEVEE JC7560
(TI-6AI-4V) EJC5118; 120 025 | ~14 860 | 1,940 | 140 025 | ~18 680 | 1,840
Titanium allo JC8050
ey 190 0.2 ~14 760 | 1520 | 210 02 ~18 610 | 1460
70 0.3 ~14 480 960 90 0.3 ~18 380 910
WHMaS | JO5118
(INco718)  |(cs0s0)| 120 025 | ~14 430 860 | 140 025 | ~18 340 730
Inconel (JC7560)
190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

R IVRINEHULRS, ap: ARDYNAALRE, Ge: FRAMDYNAHEE, n: TEOEZRE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOXFREIR
1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

m 4) Use air blow.



miED A EOMT/WHZ AE3HRF v T {RHELIHISRM

Recommended cutting conditions for "EOMT/W-type inserts"

QM=ZJL. MPM#A + mBE—# (T 15— NYRBAF—IVEBE+>277—] ) MPM and MSN type

£y TE®Z (mm) Tool dia.
wWHI M| e 30 32
Work materials Grad TEL No. of teeth 7N X# No. of teeth SN
races 2 ap ae n Vi 2 ap ae n T
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
T ~ ~
gs%c, B | serseo |1 0.4 22 | 1270 | 8000 | 100 0.4 24 | 1190 | 8570
i e éjgs??g; 150 0.3 ~22 | 1,40 | 6460 | 150 0.3 ~24 | 1,070 | 6,930
5
51050, 058) 210 | 025 | ~22 | 1020 | 5140 | 210 025 | ~24 950 | 5470
TE® - ~

s | sorso 100 04 22 | 1170 | 7370 | 100 0.4 24 | 1000 | 7,850

B255HBLL 882??33 150 0.3 ~22 | 1050 | 5950 | 150 0.3 ~24 980 | 6,350
T L) 210 | 025 | ~22 940 | 533 | 210 025 | ~24 870 | 5010
JUN—F® - ~
PR | s 100 0.4 22 | 1170 | 7370 | 100 0.4 24 | 1000 | 7,850

e 30-86HRC éjgs??% 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350

5
(12311, £20) 210 | 025 | ~22 940 | 5330 | 210 | 025 | ~24 870 | 5010

da 100 0.3 22 950 | 4,660 | 100 03 2 900 | 5,040
(“wmm S | (cstie) 150 025 | ~22 860 | 3790 | 150 025 | ~24 810 | 4,080
Lol 210 0.2 ~22 760 | 2,980 | 210 0.2 ~24 720 | 3220
TN ~ ~

| 100 0.3 22 740 | 3410 | 100 0.3 2 700 | 3,360

F%a;(;ene;,dieste?l e 150 0.2 ~22 670 | 2530 | 150 0.2 ~24 600 | 2,590
12342, 2378 210 0.15 ~29 500 | 1,980 | 210 015 | ~24 500 | 1,920
N - ~

ot | 100 0.15 22 320 560 | 100 0.15 2 300 600

F{?@SQ‘Z"{’&%?' oo | 150 0.1 ~22 290 460 | 150 0.1 ~24 270 490
iy w0 | - | - [ - -l [ -] -1 - T -

a%a 575 Lk 100 0.4 ~22 | 1590 | 10,000 | 100 0.4 ~24 | 1490 | 10730

FE&300HBLLT | JC5118 - -

Gremodulmimn ooedy| 150 0.35 22 | 1430 | 8110 | 150 0.35 24 | 1340 | 8680
poc, GG) 210 03 ~22 | 1270 | 6400 | 210 03 ~24 | 1190 | 6,850
25U 100 0.4 ~22 | 1270 | 8000 | 100 0.4 ~24 | 1190 | 8570

(SUS304)\ JC7560

R250HBLIT | (o0 | 150 0.3 ~22 | 1140 | 6460 | 150 03 ~24 | 1070 | 6,930
Stainless steel
Below 250HB 210 025 | ~22 | 1,02 | 5140 | 210 025 | ~24 950 | 5470

100 0.3 ~22 640 | 2240 | 100 0.3 ~24 600 | 2,400

FYVEE JC7560
(Ti-6AI-4V) EJCS1 1 3; 150 025 | ~22 580 | 1,830 | 150 025 | ~24 540 | 1,940

Titani Il JC8050
ety 210 | 02 ~22 510 | 1430 | 210 02 ~24 480 | 1,540
100 0.3 ~22 320 900 | 100 0.3 ~24 300 960

WHMAS | JO5118
(NCO718) | (JC8050)| 150 025 | ~22 290 730 | 150 025 | ~24 270 780

Inconel (JC7560)
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

2 IVRINBHLES, ap: SARIDYNAHKRS, Qe: ¥RABDYTNAHES, N : TEEEERE, Vi: E)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LDOXFREIR
1) LEEDUIHISES . RIS K0T — IR U TRELIEE L,
2) UUWHRELUHEF AAHFESZ LEMIEXVBEUTLIREV. 3V IOEmEREZ T IFTERALIEE L,
FeR2U T HBU DRV EEFEZ BN TS,
3) MBI NITREBDEHEF. FTVIAHFRIE XL TLREEVRICNB LV VIZ FIFTERLEE WL,
4) I7 =7 O— LI TREMBEZT>TRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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



Ouick & Mini

New generation high feed mill
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Recommended cutting conditions for "EOMT /W and EOHW-type inserts"
QAMEN Vv I914TITSAL X PME/PME-LSH: PME/PME-LS type

TER (mm) Tool dia.

wul s | TYT 10/11 12/13 14
Work materials | %8 L No. of teeth 2N FIE No. of teeth 3N FJ%_No. of teeth 3N
Grades [ 2 ap | ae n Vi | 2 ap | ae n vi | 2 ap | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)

] - - - - ~ ~
(85%0,8550) 167560 30 | 0.3 6 |3,820 /4,580 ~35 | 0.3 8 (3,180 5720 ~35 | 0.3 10 | 2,730 | 6,550

E%aerggrﬁs?e%{? (JC8050)|30~50| 0.25 | ~6 |3,440|3,720|35~50| 0.25 | ~8 |2,860 | 4,630 |35~50| 0.25 | ~10 | 2,460 | 4,720
(C50, C55) (JC5118)
Below 250HB 50~70| 0.15 | ~5 |3,060 | 2,940 [50~70| 0.2 ~7 | 2,540 | 3,660 |50~70| 0.2 ~8 | 2,180 | 3,730

TE ~ ~ ~ ~ ~ oo
(sko67. 8k011)_ | Jo7560 30 | 0.3 6 |3,500 4,200| ~35 | 0.3 8 129205260 ~35 | 0.3 10 | 2,500 | 6,010

B 255HBLLT (C3050)|30~50 025 | ~6 | 31503400 [35~50) 05 | ~8 | 2630|4260 |35~50 025 | ~10 | 2250 4810
s 50~70| 015 | ~5 | 2,800 | 2,690 |50~70| 0.2 | ~7 |2,3403,370 |50~70| 0.2 | ~8 | 2,000 3,420
TU/\—R/4 ~30 | 03 | ~6 3500|4200 ~35 | 03 | ~8 |2920/5260| ~35 | 0.3 | ~10 | 2,500 6,010

(HPM7, PX5, P20) | 47560

B 30-36HRC | (Jc8050)[30~50) 0.25 | ~6 | 3,150 | 3,400 [35~50| 0.25 | ~8 |2,630 | 4,260 [35~50| 0.25 | ~10 | 2,250 | 4,810

—

(12311, p20) |(JC5118)
30-36HRC 50~70| 0.15 | ~5 |2,800|2,690|50~70| 0.2 ~7 12,340 3,370 |50~70| 0.2 ~8 2,000 3,420
TU)\—R 4 ~30 | 0.3 ~6 (2,860 3,150 ~35 | 0.3 ~8 123903940 ~35 | 0.3 ~10 | 2,050 | 3,690

(NAK80, HPM1, P21)

BECSB-A3HRC | JO800 130,50/ 0.25 | ~6 | 2,570 2,540 [35~50| 0.25 | ~8 |2,150|3,190 [35~50| 0.25 & ~10 |1,850 | 2,950

(JC5118)
I 50~70| 0.15 | ~5 | 2,290 | 2,010 [50~70| 02 | ~7 |1,910|2,520 [50~70| 0.2 | ~8 | 1,660 | 2,360
AN ~30 | 02 | ~6 |4770 4290| ~35 | 02 | ~7 3980|5370 | ~35 | 025 | ~9 |3.410 5110

(SKD61, DAC, DHA)

fEcc42-52HRC | DH102
e | o= |30~50| 015 | ~6 | 4290|3430 [35~50| 0.15 | ~7 | 3580 4300 [35~50 0.15 | ~9 |3,070 4,140

(1.2432431:21{%%79) 50~70| - - - - |50~70| - - - - [50~70, - - - -

BEANH ~ . o ~ ~ o
(SKD11 SLD. DCH) 30 | 01 6 |2550 1,530 ~35 | 0.15 7 121201900 ~35 | 0.15 9 11,820 1,640

gt ) ) ) N
(1.253514&,2?4%3079) 50~70| - - - - |50~70 - = - - [50~70| - - - -

13?"37‘(%"!7%3{:%&% s ~30 | 03 | ~6 |4780 5740| ~35 | 03 | ~8 3,980 7,160 ~35 | 0.3 | ~10 | 3410 8,190
&300HBL

g%yg(&ff‘gd%éaécéiﬁ (1C7560)[30~50] 0.25 | ~6 | 4,300 4,640 |35~50 0.25 | ~8 |3,580 | 5,800 (35~50| 0.25 | ~10 | 3,070 6550
Below 30043 50~70| 015 | ~5 | 3,820 3,670(50~70) 0.2 | ~7 | 3,180|4,580|50~70| 0.2 | ~8 |2,760 4,970
25U ~30 | 03 | ~6 |3,820|4580| ~35 | 03 | ~B [3,180|5720| ~35 | 03 | ~10 | 2,730 | 6,550
ASS0LBT oty |30~50[ 02 | ~6 | 3440 |3,720(35~50| 0.2 | ~8 |2.860 4,630 [35~50/ 0.2 | ~10 | 2,460 |5,240

Stainless steel

Below 250HB 50~70| 0.15 | ~5 | 3,060 | 2,940 |50~70| 0.2 ~7 12,540 | 3,660 |50~70| 0.2 ~8 12,180 | 3,920

~30 | 0.3 ~6 19101910 ~35 | 0.3 ~8 |1,590/2380| ~35 | 0.3 | ~10 |1,360| 2,040
FYVER JC7560

(Ti-6AI-4V)  [(JC5118)|30~50| 0.2 ~6 | 1,720 | 1,550 |35~50| 0.2 ~8 |1,4301,930|35~50| 0.2 | ~10 |1,230| 1,630

Titaniumalloy | (JC8050)
50~70| 0.15 | ~5 |1,530] 1,220 [50~70| 0.2 ~7 11,270 | 1,520 [50~70| 0.2 ~8 11,090 | 1,280

~30 | 0.3 ~6 950 | 760 ~35 | 0.3 =~ 800 960 ~35 | 03 | ~10 | 680 | 820
MG & JC5118

(Inco718) (JC8050) 30~50| 0.2 ~6 850 | 620 [35~50| 0.2 ~8 720 | 780(35~50( 0.2 | ~10 | 610 | 660

Inconel (JC7560)
50~70| 0.15 | ~5 760 | 610 [50~70| 0.2 ~7 640 | 610 |50~70| 0.2 ~8 550 | 520

R IVRINEHULRS, ap: ARDYNAALRE, Ge: FRAMDYNAHEE, n: TEOEZRE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOXFREIR
1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

m 4) Use air blow.



// DIJET

miEEM H EOHWHZ 53R TF v T {RELIHISEM

H.S.C. recommended cutting conditions for "EOHW-type inserts"
QAM=)L. MPMF + lEE—8(EY 15— NYRAF—IVEBE +>2077—J)\) MPM and MSN type
TER&Z (mm) Tool dia.

wu s | Ty 10/11 12/13 16 /17
Work materials | %2 FE_No. of teeth 2N F%_No.of teeth 3N FE_No. of teeth 4N
Grades | 2 ap | ae n Vi | 2 ap | ae n vi | 2 ap | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
TJUN—= RV 50 | 025 | ~6 |6,370|5,100| 60 | 0.25 | ~7 |5,300|6,360| 70 | 0.3 | ~12 3,980 | 7,960

(NAK80, HPM1, P21)
ﬁﬁ?-‘wf’o?d‘;ggm DH102 | 75 | 0.2 | ~6 |5,730 /4,080 80 | 0.2 | ~7 |4,770|5,090 | 120 | 0.25 | ~12 | 3,580 | 6,370

12511, P21) 100 | 0.15 | ~5 | 5100 3,260| 110 | 015 | ~6 | 4,240 4,070| 160 | 02 | ~12 3180 5,090

JEANE 50 | 02 | ~6 4,770/4,290| 60 | 02 | ~7 |3,980|5370| 70 | 0.25 | ~12 | 2,980 | 5,960
(SKD61, DAC, DHA)

e 42-52HRC - - -
ey | DH102 | 75 | 015 | ~6 | 4290|3430 80 | 0.5 | ~7 |3,580 4300 120 | 0.2 | ~12 | 2,680 | 4770

(1.&3;2,2;%(3;79) 100 | - - - - | 110 | - = - - | 160 | - - - -

BEAN 50 0.1 ~6 25501530 60 | 015 | ~7 |2,120/1,900| 70 | 0.15 | ~12 | 1,590 | 1,900
(SKD11, SLD, DC11)

@ 55-62HRC N
Hardened die steel | D102 [ 79 - - - - 80 - - - - 120 | 01 12 {1,430 | 1,520
: '%3513'2;'5879) 100 | - - - - 110 | - - - - | 160 | - - - -

R IVRINEHURE, ap: MARDYNAALRSE, ge: XREAMDYNAARE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, 1 : Spindle speed, Vf: Feed speed

W{ERA LOFEEIR
1) EECOUIHISEME BARAIES KD — TN TRELEE W,

2) UUWHREUISEF NAGRS Z LEEBIEINBE LT REV. 5D VIFEVREZ T FTERLEE L,

3) BHEBATEDGSE. FTVPAHFRSEZLTLREE VL RICNB KV VIZ FFTERLEE L,

4) I7—=7O— KWWK TREMBZTH>OTRE W, FHIC IEMCTOFvETA NI TR FTRUBISERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill
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H.S.C. recommended cutting conditions for "EOHW-type inserts"
QMZ)L. MPM# + IBE—#(TEI 15— NYREF—IVEBEY+>27—I ) MPM and MSN type

TE®Z (mm) Tool dia.

wmu s |77 20/21 25
Work materials | M2 FI#L No. of teeth BN FI#L No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—=RVil 70 0.3 ~14 3,180 7,960 90 0.3 ~18 2,550 7,650

(NAK80, HPM1, P21)

8&38-43HRC | pyigo | 120 0.25 ~14 2860 | 6,370 140 0.25 ~18 2290 | 6,120

Mold steel

12511, P21) 190 | 02 ~14 | 2540 | 5090 | 210 | 02 ~18 | 2,040 | 4,900
AN 70 0.25 ~14 2,390 5,960 90 0.25 ~18 1,900 5,700
s

H(a;aened dieste(;l DH102 | 120 0.2 ~14 2150 | 4770 140 0.2 ~18 1,710 | 4,560
1.2344,1.2379

42-52HRC 190 - - - - 210 - - - -
BEANSE 70 0.15 ~14 1270 | 1,900 90 0.15 ~18 1,020 | 1,840
(SKD11, SLD, DC11)

BE55-62HRC | pyqgp | 120 0.1 ~14 1,140 | 1,520 140 0.1 ~18 920 | 1,470

Hardened die steel

(1.2344, 1.2379)
55-62HRC 190 - - - - 210 - - - -

TE® (mm) Tool dia.

Ml 4 Fy7 30 32
Work materials | & F# No. of teeth 7N A% No. of teeth 8N
Grades 2 ap ae n Vi Z ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN— RV 100 0.3 ~22 2,120 7,420 100 0.3 ~24 1,990 7,960

(NAK80, HPM1, P21)

®&38-43HRC | pyygo | 150 0.25 ~22 1,910 | 5,940 150 0.25 ~24 1,790 6,370

Mold steel
ey 210 | 02 | ~22 | 1700 | 4750 | 210 | 02 | ~24 | 1590 | 5090
BEANSE 100 0.25 ~22 1,590 | 5,560 100 0.25 ~24 1,490 5,960
(SKD61, DAC, DHA)
@&42-5eHRC | pyygo | 150 0.2 ~22 1,430 | 4,450 150 0.2 ~24 1,340 4,770

Hardened die steel

(1.2344,1.2379)

29-50HRC 210 0.15 ~22 1,270 3,560 210 0.15 ~24 1,190 3,810
BEAN G 100 0.15 ~22 850 1,780 100 0.15 ~24 800 1,900

(SKD11, SLD, DC11)

BE55-62HRC | pygp | 150 0.1 ~22 760 | 1,430 150 0.1 ~24 720 | 1520

Hardened die steel

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

R IVRINEHULRE, ap: MARDYNAALRE, Ge: XRAMDYNAAEE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER EDOEEEIR
1) EECOUIHISRME BERAIIES KD —TBIECIRU TRELEE W,

2) UUWHRELUISEF ANAH TS Z LEEBIEX BEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) EMENREDZEF. FTVNAHFRIEZLLTLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=7O— XKWWK TREMBZTOTREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



BHID A ZOMTH; ISERT v T (REVIHISRG

Recommended cutting conditions for "ZOMT-type inserts"

QM=ZJL. MPM#A + mBE—# (T 15— NYRBAF—IVEBE+>277—] ) MPM and MSN type
T E%#& (mm) Tool dia.

w727 10/11 12/13 16/17
Work materials Mg F# No. of teeth 2N H# No. of teeth 3N FE No. of teeth 4N
Grades 7 2
b |@pxge| N Vi 2 8p |@pxg| n Vi 4 ap |apxae| n %8
(mm) | (mm) | (mm?) | (min) [(mm/min)] (mm) | (mm) [ (mm?3) | (min™) [(mm/min)| (mm) | (mm) | (mm3) | (min™) |(mm/min)
PR 50 | ~4.0| ~6.0]5,090 | 810 60 | ~4.0| ~8.0 4,240 /1,020 70 | ~5.0~10.0/ 3,180 | 1,020
(S50C, S55C)

Fe250HBLLT | JC5118 10l i —onl =
Cutonsten | |Gcaosoy| 75 | ~12|~1.814580| 640 | 80 |~1.7|~26 3,820 800| 120 | ~2.0| ~3.0 2860 800

o050, %8} 100 | ~0.5 | ~0.8 4,070 | 490 | 110 | ~0.6 | ~1.2|3390| 610| 160 | ~0.7 | ~1.3 /2,540 610

TEH 50 | ~4.0| ~6.0 4,780 | 570 60 | ~4.0| ~8.0/3,980| 720 70 | ~5.0|~10.0/2,990| 720
(SKD61, SKD11) G
fE255HBLLTT _ ~ ~ . ~ ~

LDiesteeI (JC8050) 75 12| ~1.8|4,300| 430 80 17| ~2.6|3580| 540| 120 20| ~3.0/2,690 | 540

Ll 100 | ~05 | ~0.8 3,820 | 310 | 110 | ~0.6| ~1.2|3180| 380| 160 | ~07 | ~1.3 2390| 380

TUN—R 50 | ~3.0 | ~4.0/3,820| 460 | 60 | ~3.0| ~45 3180 570| 70 | ~4.0|~6.0|2390 570
(HPM7, PX5,NAK80, P20)

f@30-43HRC | JC8050 - - _~ —~ ~ ~
(—Moldsteel Ucstig)| 70 12| ~1.6]3,440 | 340 80 13| ~1.8|2,860| 430| 120 171 ~22|2150| 430

(1.2311, P20)
30-43HAC 100 | ~0.5| ~0.8 3,060 | 240 | 110 | ~0.6 ~1.0|2540| 300| 160 | ~0.6| ~1.1 /1,910 300
wa}(féyég)}bﬁﬁ 50 | ~4.0| ~6.0|4,780| 760 60 | ~4.0| ~8.0/3,980| 960 70 | ~5.0|~10.0/2,990| 960

BESI00HBELR | 05118 | 75 | ~12| ~1.8 14,300 600 | 80 | ~1.7 | ~2.6 3,580 750| 120 | ~2.0| ~3.0 2,690 | 750

Grey & Nodular cast iron
(GG, GGG)

Below 300HB 100 | ~0.5|~0.8 /3,980 | 480 | 110 | ~0.6 | ~1.2|3,180| 570 160 | ~0.7 | ~1.3|2,390| 570
257U 50 | ~4.0|~6.0{4,780| 570 60 | ~40|~8.0/3980 720| 70 | ~5.0|~10.02,990| 720
(SUS304)

fE250HBIAT [ JC8050 | 75 | ~1.2 | ~1.8|4,300 | 430 80 | ~1.7| ~263,580| 540| 120 | ~2.0 | ~3.0/2,690 | 540
Stainless steel

Below 250HB 100 | ~0.5 ~0.8|3,820 310 [ 110 | ~06|~1.2|3,180| 380| 160 | ~0.7 | ~1.3/2,390| 380

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

WERA EDOFEEIR
1) LEEDLIHISAS . RIS KO — IR U TRELIEE L,

2) UUWHRELUIBEE NAHFS Z LEEBIEXVBHEUTREV, 2 VFEVREZ T IFTERLEE L,

3) WRENAREBDBE(E FTUHAHFREZEELLUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZTH>TRE W FHIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "ZOMT-type inserts"
QM=ZJb. MPM#A + mBE—®&(EY 15— NYREBFA—IVEBE+>277—] ) MPM and MSN type

TER (mm) Tool dia.

% Ml 41 5;};; 20/21 %
Work materials Grad F# No. of teeth BN FE No. of teeth BN
I 2 ap px ae n Vi 2 ap pxae n Vi
(mm) (mm) (mm2) (min") (mm/min) (mm) (mm) (mm2) (min) (mm/min)
R% 70 ~50 | ~16.0 | 2,550 1,020 90 ~50 | ~200 | 2,040 980
(S50C, 3558 L5118
FE250HBIL TR N N _ _
oronsea | (ca0s0)| 120 4.0 8.0 | 2,300 800 140 40 100 | 1,840 770
o0, C56). 190 | ~30 | ~40 | 2,040 610 | 210 | ~30 | ~80 | 1630 | 590
TEW 70 ~50 | ~16.0 | 2,390 720 90 ~50 | ~200 | 1,910 690
(SKD61, SKDLﬂ) Jc5118
fE255HBLLT - - - -
ot |caose)| 120 4.0 80 | 2150 540 140 4.0 100 | 1,720 520
S 190 | ~30 | ~40 | 1910 380 | 210 | ~30 | ~80 | 1530 | 370
TUI\—R/8 70 ~40 | ~16.0 | 1,910 570 90 ~40 | ~200 | 1,530 550
(HPM7, PX5, NAKSO0, P20) 168050
TEx30-43HRC — — ~ ~
T (Csg | 120 3.0 8.0 | 1,720 430 140 3.0 10.0 | 1,380 410
(1.2311, P20)
30.43HRC 190 ~2.0 ~4.0 | 1530 300 210 ~2.0 ~80 | 1,220 290
na“af(-FaC“anég)wﬁ&a 70 ~50 | ~180 | 2,390 960 90 ~50 | ~250 | 1,910 920
@& 300HBLLT
GreyL%Nodmm;mn Jest18 | 120 ~40 | ~100 | 2150 750 140 ~40 | ~120 | 1,720 720
GG, GGG
Below 300HB 190 ~3.0 ~50 | 1910 570 210 ~3.0 ~90 | 1,530 550
257U 70 ~50 | ~16.0 | 2,390 720 90 ~50 | ~200 | 1,910 690
(SUS304)
FEE250HBLLT | JC8050 | 120 ~4.0 ~80 | 2150 540 140 ~40 | ~100 | 1,720 520
Stainless steel
Below 250HB 190 ~3.0 ~40 | 1,910 380 210 ~3.0 ~80 | 1,530 370

R ILRINVEBHELRES, ap: hAROYNHAKES, Qe: FEAROYNAKZEE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFESEIR
1) EECOVIHISRAE ERBIES KO0 —IBIEICIN U THEL T,

2) UUWHREUISEF ANARFRS Z LEEBIEX BEUTLREV. B VIFEVEEZ T IFTERLEE L,

3) BB NTREDGEF. FTYNAHFRIE XL TLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=JO— KWWK TREMBZTOTREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "ZOMT-type inserts"

QM=ZJL. MPM#A + mBE—# (T 15— NYRBAF—IVEBE+>277—] ) MPM and MSN type
T B (mm) Tool dia.

w7 30 32
Work materials Grad R No. of teeth 7N R No. of teeth 8N
[ECES 2 ap px ae n Vi 2 ap pxae n Vi
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-") (mm/min)
RS 100 ~50 | ~22.0 | 1,700 950 100 ~50 | ~220 | 1,590 1,020
(S50, 355Lc) 15118
fEX250HBAT —~ ~ ~ ~

Catonsed |csoso)| 150 4.0 150 | 1,530 750 150 4.0 150 | 1,430 800

o0, CE6). 210 | ~30 | ~80 | 1360 | 570 210 | ~30 | ~80 | 1270 610

TEH 100 ~50 | ~220 | 1,590 670 100 ~50 | ~220 | 1,490 720

(SKD61, SKDLH) 15118
EE255HBELTF —_ ~ ~ o
“onee | |Ucsoso)| 150 4.0 150 | 1,430 500 150 4.0 15.0 | 1,340 540
LRI 210 | ~30 | ~80 | 1270 | 360 | 210 | ~30 | ~80 | 1,190 380
TUN\—R/8 100 ~50 | ~220 | 1,270 530 100 ~50 | ~220 | 1,190 570
(HPM?7, PX5, NAKSO, P20) 168050
fE-30-43HRC N N N N

e~ [Ocstig)| 150 4.0 150 | 1,140 400 150 4.0 150 | 1,070 430

(1.2311, P20)

S0-43HAC 210 ~3.0 ~80 | 1,020 280 210 ~3.0 ~8.0 950 300
mw(-;ga;gg)w&;ﬁ 100 ~50 | ~24.0 | 1,590 890 100 ~50 | ~24.0 | 1,490 960
@& 300HBLLT
GreyL%Nodulmimn Jcs118 | 150 ~40 | ~16.0 | 1,430 700 150 ~40 | ~16.0 | 1,340 750

GG, GGG

Below 300HB 210 ~3.0 ~90 | 1270 530 210 ~3.0 ~90 | 1,190 570

27U 100 ~50 | ~22.0 | 1,590 670 100 ~50 | ~220 | 1,490 720

(SUS304)

fE250HBILT | JC8050 | 150 ~40 | ~15.0 | 1,430 500 150 ~40 | ~15.0 | 1,340 540
Stainless steel
Below 250HB 210 ~3.0 ~80 | 1270 360 210 ~3.0 ~80 | 1,190 380

R IVRINEHURE, ap: MARDYNAALRSE, ge: XREAMDYNAAES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFEEIR
1) EECOUIHISRME BARBIES KD — TN TRELEE W,

2) UUWHREUISEE ANAGFRS Z LEEBIEINBEUTLREV. 2 VIFEVREZ T IFTERLEE L,

3) BB NTREDGEE. FTVPAHFRSE XL TLREE VL RICNB LV VIZ T FTERLEE L,

4) I7 =7 O— KWWK TREMBZTOTRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini

New generation high feed mill

e)r

Y

BHIDA ZOMTH; I5EZIRT v T FEVIHISRG

Recommended cutting conditions for "ZOMT-type inserts"
QAMEN Vv I914TITS5A X PME/PME-LSH: PME/PME-LS type

TER (mm) Tool dia.
w727 10/11 12/13 1
Work materials Grad HEL No. of teeth 2N F#ES No. of teeth 3N H# No. of teeth 3N
ELE =7 ap |apxae| n vi | @ ap |apxae| n Vi | @ ap |apxae| n Vi
(mm) | (mm) | (mm?) | (min) [(mm/min)] (mm) | (mm) | (mm?3) | (min?) |(mm/min)| (mm) | (mm) | (mm3) | (min™) |(mm/min)
e ~30 | ~4.0 | ~6.0 |5000 810 | ~35 | ~4.0 | ~8.0 | 4240 |1,020| ~35 | ~40 | ~8.0 3,640 870
(5500,3558_F L5118
EE250HBL - - - - - N N N N
C2OHBLLT: | Jeois |30~50) ~1.2 | ~1.8 | 4580 640 [35~50 ~1.7 | ~26 3820 800 35~50 ~1.7 | ~26 3280 700
050, 653) 50~70| ~0.5 | ~0.8 | 4,070 | 490 |50~70| ~0.6 | ~1.2 |3.390 | 610 |50~70| ~06 | ~1.2 | 2910 | 520
TE® ~30 | ~4.0 | ~6.0 |4780| 570 | ~35 | ~40 | ~8.0 | 3,980 | 720| ~35 | ~4.0 | ~8.0 | 3410 620
oM SKI:I)I-)F JC5118
FEE255HBL - - - - - N - - N
SROSHBLLT: | JCoie |30~50) ~1.2 | ~1.8 | 4300 430 [35~50) ~1.7 | ~26 3,580 540 (35~50 ~1.7 | ~26 3,070 460
G 50~70, ~05 | ~0.8 | 3,820 310 |50~70 ~0.6 | ~12 | 3180 380 |50~70 ~0.6 | ~1.2 | 2730 330
TUN—R 88 ~30 | ~3.0 | ~4.0 [3820| 460 | ~35 | ~3.0 | ~45 |3180| 570| ~35 | ~3.0 | ~45 | 2,730 | 490
(HPM7, PX5, NAKSO0, P20) 168050
TEx30-43HRC N - N N N N N N N
©90-43HRC | 108050 30~50 ~1.2 | ~1.6 | 3,440 | 340 [35~50 ~13 | ~1.8 2,860 430 [35~50 ~1.3 | ~18 | 2450 370
2stt, P20) 50~70| ~0.5 | ~0.8 | 3,060 | 240 |50~70 ~0.6 | ~1.2 2,540 300|50~70 ~06 | ~1.2|2,180 | 260
99531 ~30 | ~4.0 | ~6.0 |4780| 760 | ~35 | ~4.0 | ~8.0 |3.980| 960 | ~35 | ~4.0 | ~8.0 | 3.410| 820
300HBLT
Grey“%Nodularcagmn JC5118 [30~50| ~1.2 | ~1.8 | 4,300 | 600 |35~50| ~1.7 | ~2.6 | 3,580 | 750 |35~50| ~1.7 | ~2.6 | 3,070 | 650
GG, GGG
ST 50~70| ~05 | ~0.8 | 3,980 | 480 |50~70| ~0.6 | ~1.2 |3,180 | 570 |50~70 ~0.6 | ~1.2 | 2,720 | 490
2F UL ~30 | ~4.0 | ~6.0 | 4780 570 | ~35 | ~40 | ~8.0 3,980 | 720| ~35 | ~40 | ~8.0 3410 620
(SUS304)
BEP50HBLLT | JC8050 [30~50 ~1.2 | ~1.8 | 4,300 430 |35~50 ~1.7 | ~2.6 | 3,580 | 540 |35~50 ~1.7 | ~2.6 | 3,070 460
Stainless steel
Below 250HB 50~70, ~0.5 | ~0.8 | 3,820 310 |50~70 ~0.6 | ~1.2 | 3,180 380 |50~70| ~0.6 | ~1.2 | 2,720 320

R IRINRHELRE, ap: MARDYHAARS, Ge: FEAMDYHAARE, N : TERERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFESEIR
1) EECOVIHISRAE ERBIES KO0 —IBIEICIN U THEL T,

2) UUWHREUISEF ANARFRS Z LEEBIEX BEUTLREV. B VIFEVEEZ T IFTERLEE L,
3) BB NTREDGEF. FTYNAHFRIE XL TLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=7O— LKW TREMEBZTOTRE W FHIC IIEMCTOFvETA NI TRV TUBRISERLEE

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

Lo

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

4) Use air blow.



m Features
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YN/ AA X

G-Body;
l 5o paoouer FOROK j

f | JHED3RTAARZEG U BRI F v 7 (IEBRAIERBLE25%ER) T dp=1.0mmTONITHaARERE
BERNMITATE., ¥ 1.7mmU EOIITRE ICS VT HEUEBIER-BIMENZL B T BRI TH
S Wi
Low cutting Adopted unique 3D geometry inserts with low cutting force (25% lower than conventional tool), QM MAX achieved
force high efficient machining up to ap=1mm.
Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity milling.
=Excellent for vertical wall machining.

2% SHIRIRICKVBEUIITHTRET. )V <THEHE 144cc/min(932E V15 —9 1 TR ZFR.

Multi blades . . ] ]
specification Multi blades specification achieved Q=144cc/min.

I TU— EI 215 —ANYRMQXFEERLE. BFRFIRICEBN A —IVBEY v I 7 — N\ [TEE—#] 2+ E5HhtE 3
LKW UL  BRERIN T EF v OREM(EZERIR,
Vibration “QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control the vibration
free by the combination of MSN carbide shank holder.

FwTINUL—</32 Inserts variation

%iibm High feed insert Eiibﬁﬂﬂfv’&ﬁﬁﬁ? High feed insert for unfavorable condition

EPMT100312ZER  EPMT100312ZER EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

I=]:] Jp— Bl — .
ﬁzfd?rﬁilling insert @ 7) b:EﬁIJDFF] ﬁ?:gjb:?ﬁ,ﬁ: J:Ifi‘ﬂ;f\) IEIEEM‘ Fﬁl \— |‘9=‘yjo

Shoulder milling insert Shoulder milling insert High hardened steel
for aluminum alloy (From semi-finishing to finishing)

ZPMT1003...ZER
(3—7R0.4, 0.8, 2.0)

0.03mm or less ousp height gives | ZPMT100308ZER-NL ZPMT100308ZER-PL EPHW100316ZTR

true 90 degree with no mismatch

Ea- -t EF8lUESEHEMNTASS —FvJ
“MIRROR INSERT for finishing side & bottom face / contouring milling RILSDHHRBETE 1XTEIEY +BHIVIIIH
CBNFv> OJgE! TSIC.S5—FyTYPHWRAERICKY.
@ . SALRICKDEHERD OEEELER - At

LIFINIZRR,

YPHW1003...ZER-... YPHW100308ZTR-F1

FyFHBICE LRI —RBNSKREEM. FIVEER-MASEEFOHEIME THLTEBPVDI—T « VT H4iE
(JC5118). EfetHl [CERi@/&PVDI— 7 >~ J #iE(JC8050) . M RIF ML MEAE RN RO SNBMTICH U, LH—EBDREF®{E
ZRIRY BHPVDI—T« VI #IE(IC7560) [CHIZ. P IL=BHIWAEL T/ YO—rFZ15) Z51VF v

Fr tEFADSS—FvIYPHWES JUBHEIVAF Y FZPMT-PLEZIC (& —A%S¥ R 7 > L Z 8., #58% EMEIE < Xl 6760, F
PVDI—5 1 VI #HE(IC8015). Y —Xwh(CX75) [CHIR . SiEEHM -SRI TAIFFHPVDI—5 1 VI ##&(DH102) ZEMS 1~
Fv T EBICES—FyIFYPHWER . SEITICRESCBNHEGHIZ/NU I —YaVihK,

Adopted PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloy and heat-resistant alloy, tough grade
“JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance & impact strength and tool life. And,
available now uncoated grade “FZ15” for shoulder milling of aluminum alloy.

Moreover, “MIRROR INSERT” YPHW type and shoulder milling insert ZPMT-PL type adopted generic PVD coated grade “JC8015” that have a
wide application, cermet “CX75”, and new PVD coated grade “DH102” for high speed machining in high hardened material.

And available now CBN grade for “MIRROR INSERT” YPHW type.
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ﬂ m Ouick & Mini ; New generation high feed mill
e) T 2

@ thit EiF~ L3 - BEIYAF Y 7

IPMI-PLR S7>F> >

Series expansion, shoulder milling insert from semi-finishing to finishing side
& hottom face for QM MAX MQX / QXP type.

OSHEINARIRIE [QMT Y IZAMQX/QXPH] IS, BEIWAF v (ZPMT-PLA?) ZHSA>VF v,
K - fiEOPHT EIF~E EFITICHE

OF v IHEICIE. — D STUN—-RVHFET36HRCUTDEMESHH - AT VLA TICREL I ESEG%E
RIETSAADOPVDI—5+ VI +11& (JC8015) . SEEH - SiEIITEIFFHPVDI—7« > J'#41&E (DH102)
BRUY—Xw b (CX75) 2R .

Adopted 3 grades: PVD coated grade “JC8015” that showed stable performance in raw material up to 36HRC, cast iron,

and stainless steel. / New PVD coated grade “DH102” suitable for high speed machining in high hardened material. / Cermet “CX75”.

7))=1[:3:1-8 Cutting performance

1. IITEHEE (RE) Surface roughness (hottom)

#HIAF Material: SS0C (444) €50 (raw material), TE4R Tool dia.: $25mm
Vc=160.2m/min, fz=0.12mm/t, @p=0.2mm, @e=15mm, ZZHUKRE Overhung length: 60mm

ZPMT-PL (JC8015) ”
o A

VL T r AN
| )

7 | I 5 ! 5 Y| ! 1L
. — | 4 : ¥ W Y

Ra=0.25um, Rz=1.65um

- - =1

Ra=0.13um, Rz=0.72um Ra=1.05um, Rz=5.01um

fit.

2. =8nZ (flm) (ZEvZ: 2mm)
Deflection (side wall) (Z pick=2mm)

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

T E1R Tool dia.: $26mm

Vc=180m/min,

fz=0.15mm/t, (arm)®

ap=2X8=16mm,

ae=0.Tmm

ZHURS

Overhung length: 65mm

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

#HI44 Material: S50C (444) €50 (raw material), TER Tool dia.: $25mm
Vc=282.7m/min, fz=0.12mm/t, ap=3%x4=12mm, @e=0.15mm
ZZH UK Overhung length: 60mm

O—27 EEH Upper surface

D—2 L& Upper surface 2—2 L@l Upper surface

(mm) 0 (mm)0 (mm)0 9—I7J;E1SU Lvlppe‘rsuvrface

N ZPMT-PL Y&
(JC8015) A

ZPMT-PL
(DH102)

‘ Competitor |

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

ZPMT-PLEEF v P HIEEIRMBEZ  Application for choice of insert grade for ZPMT-PL type

il

TEsH

TFUN—RV

TUN—R

BEATLH

BEANLH

9% 57594 Vg

WA (850C, éléSC) (SKD61, SKD11) | (HPM7, PX5, P20) |(NAK80, HPM1, P21)| (SKD61, DAC, DHA) [(SKD11, SLD, DC11) (FC, FCD) Xgé%iﬂﬁ] FIVES
Work EE250HBAT | & 255HBLLT | #8&30-36HRC | f8&38-43HRC | #8&42-52HRC | #EE55-62HRC | HEE300HBLLTF B 250HBLL T (Ti-6AI-4V)
materials Carbon steel Die steel Mold steel Mold steel Hardened die steel | Hardened die steel |Grey & Nodular cast iron S‘fainless steel T &l
(C50, C55) (1.2344,1.2379) (1.2311, P20) (1.2311, P21) (1.2344, 1.2379) (1.2344, 1.2379) (GG, GGG) Below 250HB v
Below 250HB Below 255HB 30-36HRC 38-43HRC 42-52HRC 55-62HRC Below 300HB
FvIHiE CX75 CX75 JC8015 DH102 DH102 DH102 JC8015 JC8015 JC8015
Grades (Jcso15) (Jcso15) (DH102) (JC8015) (JC8015) (DH102) (DH102) (DH102)
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7))=[li:3:1 Cutting performance

Tool life comparison

0.5
s ot 5 o4 ] 64m(NG) 224m(NG)
=1 aterial: = 0.
ZUN—N>$8 (NAKSO, 40HRC) P21, 40HRC = QM384m;ZERg
{EFAF Y~ Insert No.: = QM max achieved 384m.
EPMT100312ZER (JC8050) §
IS4 Cutting conditions: = 0.3
Dc=32mm, Vc=120.6m/m|n(.n=1,200m|n"), E 288m (M)
f= 3mm/rev(Vf=3,600mm/m|n) (6*5'(3] GN) s nlm“ (Still able to continue)
dp=0.6mm, de=19mm, Q=41cc/min e
0.2
B TEX Overhung length: £ =100mm 1t
7BH%) Shoulder cutting, 477>273k Down cut, E
&3 (T7—70—) Dry (Air blow) 3
K 01 - QMTYI R QM MAX
O —A— A%t Competitor A
! —@- F#t Competitor F

0 64 128 192 256 320 384
tIHEIF (m) Cutting length

Metal removal rate comparison

SS0CHJEIBFD 1 Kw=H =) < FHEHE

Metal removal rate / 1Kw on C50

30
(CC/Kw) TE&R ¢Dc=32mm

de=20mm
25
20
15
10
dp=1mm, Vf=4.5m/min |dp=0.6mm, Vf=12m/min
BEQMTYJ R am MAX 24.59 21.27
W A%E Competitor A 23.08
B F#t Competitor F 24 49

B HEHD OIS THHENKI6~10%% )
Metal removal Q/Kw of QM MAX is 6% -10%
higher than Competitor's tool.

Lower power
consumption

QMY YT X (MQXF?) (FfthttGa kW ENHEHEL . s
. » HEHELE




a m Ouick & Mini ; New generation high feed mill
' 4 v 4

- 0]\ 4V & "Dk b LoXaNUA (. Modular head MQX type
TYPE

I—5U K7 \ﬂ*‘ Through coolant hole

@=iXDHA For high feed milling

C o
Q MD
NEE }1
LT Lf
MU @T=HID A For shoulder milling
C

S
8| MD

) - }1
3 gy |l i Bl
R0.4~R2.0 Lf
5 &(mm) Dimensions = 2 Parts
> eV LF
iz § EE Eiﬂ iﬁliﬁ?‘yj Clamp screw Wrench

Cat. No. Stock i'r\llgér?s oDc| Lf |¢Do|MD| C | W Applicable inserts g /§

MQX-2016-M8 ([ ] 2 16 | 23 |14 M8 | 8| 12
MQXx-2017-M8 ([ ] 2 17 | 23 |14 M8 | 8|12
MQX-3020-M10 o 3 20 30 |18 |M10| 9| 14 TSW-2556H
MQX-4020-M10 ® | 4 (20 30 |18 |M10| 9 | 14
MQXx-4021-M10 ® 4 |21 30 |18 |M10| 9| 14
MQX-4025-M12 ® 4 |25 | 35 |225 M12| 10 | 17
MQX-5025-M12 o 5 25 | 35 | 225 M12| 10 | 17
MQaX-4026-M12 ® | 4 |26 | 35 225 M12| 10 | 17 | Epxk1003%%Z%R
MQX-5026-M12 ® 5 26 35 | 225 M12| 10 | 17 | ZPMT1003%ZER-* A-08
MOX-5030-M16 | @ | 5 |30 | 43 |27 |M16| 12 | 22 |YPHWIO03H*ZxR-x
MQX-5032-M16 [ 5 32 | 43 |29 |M16| 12 | 22
DSW-2563H
MQX-6032-M16 [ 6 32 | 43 29 |M16| 12 | 22
MQX-5035-M16 [ 5 35 43 |29 |M16| 12 | 22
MQX-6035-M16 ® | 6 (35| 43 |29 |M16| 12| 22
MQX-6040-M16 [ 6 40 43 32 M16| 14 | 26
MQX-7040-M16 [ 7 40 | 43 |32 |M16| 14 | 26
MQX-6042-M16 [ 6 42 | 43 |32 |M16 | 14 | 26
Note) 1. All cutters are supplied without inserts. 750?3525‘?3 *&fn';n{';nﬁeg'}f,r;ﬂg
2. Please see page 2 for recommended tightening torque. TSW-2556H 0.9
DSW-2563H 0.9

@ [ @ | X—AH—7EEEm Standard stock items O : JEEA7EER Soon to be stocked O HEHFLEDREFES Soon to be deleted




Wi vl 2 8 Facemill type

G'B@dAy 9—52 R7UFE Through coolanthole

// DIJET

@=iEDHA For high feed milling

¢Db

@b A For shoulder milling

®Db

od

e

Lf

od1 R1.2 B M
®Dc ®»Dc
@=3Xb A For high feed milling @JSHIbH For shoulder milling
(QXP-8066R) (QXP-8066R)
®Db ®»Db
_od od
_a a
Q Q
= |
g T \,
= ol - — °
¢d1 R1.2 ¢d1 R0.4~R2.0
®Dc ®Dc
4T < e T ~ ;A& (mm) Dimensions jq;;ﬁj\yj ;e
Type Cat. No. Stock i'r\llgér(;fs oDc| Lf |¢Db| ¢d | pdr1| a b Y A?r?sl':ﬁgle Parts
V% | QXP-8050R ®| 8 |50 50 | 40 22225 17 | 84| 5 | 20 ekt
;,Jr;\: QXP-8063R ® | 8 | 63 | 50 | 48 |22225 17 | 84 5 20 &
Inch Bore | QXP-8066R o 8 66 50 60 [22.225| 17 84| 5 20 —
OXP-6040R-16 | ® | 6 | 40 | 45 | 35 | 16 | 14 | 8.4 56 18 |EP**I008k) o
QXP-7040R-16 | ® | 7 | 40 | 45 | 35 | 16 | 14 | 8.4 | 56 | 18 | zpyT1003%
7012 | QXP-7050R-22 | ® | 7 | 50 50 | 40 | 22 | 17 |104 63 | 20 | CERFF L~z
=U YPHW1003%3% [ —
¢ | OXP-8050R-22 | ® | 8 | 50 50 40 | 22 | 17 104 63 | 20 73 R-% % /§
Metric Bore| QXP-8052R-22 | ® | 8 | 52 | 50 | 40 | 22 | 17 |10.4| 6.3 | 20 <
QXP-8063R-22 | ® | 8 | 63 | 50 | 48 | 22 | 17 10.4| 63 20 708
QXP-8066R-27 | ® | 8 | 66 | 50 | 48 | 27 | 20 |124| 7 22

&) TILSCFV T FHEHFAANTHIEE o BIRSKOHLIEE L,
Note) All cutters are supplied without inserts.

) ES LS L 33~121R—

I35V TRURE

Clamp screw

HEEERILY (N-m)

torque

DSW-2563H

0.9

@ ! X—A—7EEER Standard stock items

O : JEETEEESR Soon to be stocked

O EEDIELIEDREREE Soon to be deleted

@




‘ l‘ I l zﬂuid( &EMinzi New generatwn high feed mill
YM N
MQX/ QXP [ iz~ > MRS

Cutting

TJIIE,Eﬁﬁ“Dm t}JHIJ%{!F condition 60~61'\°_:J“
Shoulder milling insert for aluminum alloy

mizbA QLR

condition
High feed insert

(EPMT100312ZER) (ZPMT100308ZER-NL) FERUYYA
: Polished
- N X B
. ' QY@AQ/ e T );QD
rIef ! LLJ f
F'ﬁIJDFFI (it EF~t EFA) QEEES
(JC7560) 12 Shoulder milling insert (From semi-finishing to finishing)
(ZPMT100308ZER-PL)
=ixb AR G 35~41~x—y)
High feed insert for untavorahle condition —
(EPMW100312ZER) L
1—-/\#
e 1
@@—@ ‘J/__‘/\eﬂ . i Cutti
Tl ! E@E- 't LRSS —Fy 7 QLEELRT76~121x—y)

BEbARFEabR: G 35~41~—y
High feed insert for unfavorable condition
(EPMW100312ZTR)

{JC7560) %M

SEEME/I\—RFy T QLE L
High hardened steel

(EPHW100316ZTR)

Cutting

Eﬁ“bm wg“%ﬁ: condition
Shoulder milling insert
(EPMT1003+*ZER)

47~59~—

42~46~-Y

“MIRROR INSERT” for finishing side & bottom face
(YPHW1003:%ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)

4 J—7R0.3
/\ 54l
|

O )5

¥

(YPHW100308ZER-15)
/\
|

oJE,
3.0 Lt ]’

(YPHW100308ZER-F) ({E3%Y )

CBN
BN

SEP

¥

CBNFv 7

(YPHW100308ZTR-F1)

EE-fAIEt EIFB LU
FEWMIAZS—FvT

o 95~106~—y
“MIRROR INSERT” for finishing side & bottom face / contouring milling

(YPHW100320ZER-24)

[ O y =L,
Te/| 3.0




// DIJET

PVDI—F+>4 |@fag|T-*CBN N N
. . PVD coated Uncogted Cermet | Fv ' 7&(mm) Dimensions
517 - S S 3
Type Cat. No. Toerance| — | N | @ | = | & | 2 = g
A0 H EPMT100312ZER | M | @ ° ° 10 (82 | 6 |12 11°
High feed insert
s SRR LY EPMW100312ZER M| ® o o
High feed insert for 10 |3.2 6 1.2 11
unfavorable condition EPMW100312ZTR M P Y PY
=EEM A
IN—RFvT EPHW100316ZTR H ( 10 (3.2 6 |16 | 11°
High hardened steel
ZPMT100304ZER M|@® o 10 (3.2 6 | 04| 11°
o HIDA ZPMTI00308ZER | M | ® ° 10 (32 | 6 |08 11°
g insert
ZPMT100320ZER M|@® o 10 (3.2 6 | 20| 11°
7 IL=EHIDHA
Shoulder milling insert @ZPMT1003DBZER-NL M ({ 10 (3.4 6 | 08| 11°
for aluminum alloy
BHIDA
(shft EF~tE L) ) 7pMT100308ZER-PL | M ° ° ° 10 (34 | 6 |08 11°
Shoulder milling insert from
semi-finishing to finishing
@YPHW100303ZER-15 H o () o 10 |[3.35| 6 | 0.3 | 11°
EE-@E( LS | YPHWI00308ZER-15| H ° ° 10 (335| 6 |08 | 11°
BRUEERINLHA
55_9:‘77 o o
A YPHW100308ZER-F | H () 10 |3.35| 6 |08 11
finishing side.& botltqm face /
contourtna milng - 7 yPHWA100308ZTR-F1 | H ® | 10 335 6 |08 11°
YPHW100320ZER-24 | H () () 10 |3.35| 6 | 2.0 | 11°

15 —210BAN T 2L #18IBN795(31 5 — R 1BAWU T,
10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

QMY YO ZABF v I DRV —2ICcDLT Discrimination of grade for MQX / QXP insert

ME(OQ—FTaV D) TEICFYTRDFEDDDY—INELFEDFT, CERDIRICT
Each grade shows different mark around the hole for fool proof.

HEAl~Y—o
Discrimination
mark

JC5118

o

JLIEELY,

JC8050/JC7560

Q

@ ! X—A—7EEER Standard stock items

O : JEETEEESR Soon to be stocked

O EEDIELIEDREFEE Soon to be deleted

@




Ouick & Mini
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VY

New generation high feed mill

S=E3 S A n )=~ Application for the choice of EP=:type inserts

R TEH TUI\—Ri TUN\—Ri
" (S50C, S55C) (SKD61, SKD11) (HPM?7, PX5, P20) (NAK80, HPM1, P21)
15 Hil #4 fEc250HBLL R B 255HBLLT fEec30-36HRC fEer38-43HRC
Materials Carbon steel Die steel Mold steel Mold steel
(C50, C55) (1.2344, 1.2379) (1.2311, P20) (1.2311, P21)
Below 250HB Below 255HB 30-36HRC 38-43HRC
F2Z Cat. No. #41E Grades | J05118 | JC8050 | JC7560 | DH102 | JC5118 |JC8050 | JC7560 | DH102 [ JC5118 | JCB050 | JC7560 | DH102 | JC5118|JC8050 | JC7560 | DH102
EPMT100312ZER Y RAS RS LS LS Y RAS e ¥ Y Y
EPMW100312ZER O
EPMW100312ZTR | O O © O @) © O O © O ©
EPHW100316ZTR O
bsi: 31 WEANER RYEH - F I 51 Uik =~
y (SKDGT, DAC, DHA) (SKD11. SLD. DC11) (FG FCD) e
% Hll #1 e 42-52HRC fEc55-62HRC FE300HBLL T B 250UBIT
Materials Hardened die steel Hardened die steel Grey & Nodular cast iron Sct—ainless steel
(1.2344, 1.2379) (1.2344, 1.2379) (GG, GGG) Below 250HB
42-52HRC 55-62HRC Below 300HB
2 Cat. No. #41E Grades | J05118 | JC8050 | JC7560 | DH102 | JC5118 |JC8O50 | JC7560 | DH102 | JC5118 | JC8050 | JC7560 | DH102 | JC5118 | JC8O50 | JCT560 | DH102
EPMT100312ZER A X X ©) O ©
EPMW100312ZER | O O © [ J
EPMW100312ZTR | @ () @ @)
EPHW100316ZTR © ©
0l FYVEE MEHASE « EPMT % : 7L—#14% with chipbreaker
Materials (Ti-6AI-4V) (INco718) - EPMW % : 7L—h1L without chipbreaker
Titanium alloy Inconel « EPHW % : 7L—#7%L without chipbreaker
7% Cat No—— 1118 Grades | J05118|JCB050 | JC7560 | DH102 | JC5118|JCB050 | JC7560| DHID2 — ©: s—itesm ! BEFH
EPMT100312ZER 0O 0O o) o) 0O 0O First choice, Good condition Light cutting
EPMW100312ZER U U oderas ondir Nogond
EPMW100312ZTR
@ TLEYIHI
EPHW100316ZTR Unfavorable condition
win b VN om Ry e 4y $iot -8l Definition of corner shape for programming
WEXDEF YT EPMT/WH o)
EPMT/W inserts — BLAHE
Over Cut FOJ54 J—FR | BLAHE | BIbELE
Corner radius for programming|  Over Cut Remains
SOTS A T—+R R1.5 R R1.0 0 0.57
Corner radius for programming\\,p y ! W R1.5 (BZN standard) 0 0.45
v 53 R2.0 0.04 0.33
HWELUE - - s
Remains \‘ [ R2.5 0.21 0.21
T W=2.
/ - : R3.0 040 | 0.09
BSEEMBE/\—FFvy T EPHWH (mm)
. . _ ﬁb\?\ajg
EPHW insert for high hardened steel Tver’C]tE R R ——
Corner radius for programming|  Over Cut Remains
R1.0 0 0.42
J0756 3-3R  R16 9
Corner radiusforprogramming\\/p y \ ﬁ’ R1.5 (7N standard) 0 0.33
\\
< 5 R2.0 0.01 0.23
il = T <
HZLR — i3 R2.5 017 | o0.14
/ “ W=2.9 R3.0 0.37 0.05




// DIJET

Attention for profile milling with EPMT/W-type inserts

SVEVIMT Ramping AUAIVAIT Helical interpolation ©V— L) CADEHTE
®Dh Calculation of tool pass dia.
¢dc = ¢Dh—@Dc

W—)UIKZ R NES TE&
Tool pass dia. Bore dia. Tool dia.

f?‘\ : O FLDDYUABEE NEAIAH
i AR BEAPERA KN ESICL TSN,
|

L

—

-

H)

Tool dia.
1

/ Depth of cut per one circuit should not exceed
, max. depth of cut ap.

TER ¢Dc

@YV —)VI\ADEEHZEIET IV v

[CIEBD R ORBFETEIDICLTLIZE LY,
| Down cutting is recommended, so tool pass
rotation should be counterclockwise.

4
|

@5V EYT AUAIVIITEIEYREZIEELHIFHFRD70%LUT  @In case of ramping and helical interpolation, apply 70% or less

$dc

THIIZULTLEE L, feed speed from standard cutting condition table.
O RUU VI NITEE. BAEIERE ZAZELNHEIRERDS0%UTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEE W, standard cutting condition table.
ORUUVIHIIEICIE . GEFEULRWMIVKITHRUEISEZES N HUE  ®Long consecutive chips may come out in case of drilling, confirm
TDT. R2ICIFTHERULTLEE L, the safe condition sufficiently.
. SVEVINIT ANUBDIVNGIT T
. TER Eﬁjﬁég?u% %/%éﬂ%gj ={Es Rsamj(pgmaj:m—k (ap) AR
G [Tl e | ot | s 0@ gmommES Lom | g | AN
(mm) (mm) ::élzarggmg Total cutting length at Max. dp Dhmin (mm) | Dhmax (mm)
MaXx-:<016-M8 16 10.2 0.8 1° 48' 25.5 22 30
MQax-:*017-mM8 17 11.2 0.8 1° 36' 28.6 24 32
MaX-:*020-M10 20 14.1 0.8 1° 24 32.7 30 38
MaX-:021-M10 21 15.1 0.8 1°18' 35.3 32 40
MQX-#025-M12 25 19.1 0.8 1° 45.8 40 48
MQX-:026-M12 26 20.1 0.8 0° 57' 48.2 42 50
MQaX-:*030-M16 30 241 0.8 0° 48 57.3 50 58
MQaX-:*032-M16 32 26.1 0.8 0° 42' 65.5 54 62
MQaX-:035-M16 35 29.1 0.8 0° 36' 76.4 60 68
MQX-:<040-M16 40 34.1 0.8 0° 30' 91.7 70 78
MQaX-*042-M16 42 36.2 0.8 0° 27' 101.9 74 82
QXP-:<040R-16 40 34.1 1 0° 30' 114.6 70 78
QXP-8050R 50 441 1 0° 24 143.2 90 98
QXP-:<050R-22 50 441 1 0° 24 143.2 90 98
QXP-8052R-22 52 46.1 1 0° 21 163.7 94 102
QXP-8063R 63 57.1 1 0°18' 191 116 124
QXP-8063R-22 63 57.1 1 0°18' 191 116 124
QXP-8066R 66 60.1 1 0°18' 191 122 130
QXP-8066R-27 66 60.1 1 0°18' 191 122 130

) ERAEC 0.5 UM THERLIET WV (LEEEHZB A B VK SICERELIETW),
Note) The ramping angle 0.5 or less is recommended (please refer to the above table).



Ouick & Mini

New generation high feed mill

eJ!

miED A EPMT/ Wiz A5e38iRFy T REVIRISRG

Recommended cutting conditions for "EPMT/W-type inserts"
AMTYI A EIAS=AYE MQAXF + BE—E(EV15—NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

wul s | TYT 16/17 20 20/21
Work materials Mg F#L No. of teeth 2N F#L No. of teeth 3N X# No. of teeth 4N
Grades | ¢ a | ae n vi | @ ap | ae n vi | & ap | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)

(85%0,8550) 167560 70| 0.6 10 | 3,600 | 4,900 | ~70 | 0.6 14 12,850 | 5,800 | ~70 | 0.6 14 12,850 | 7,700

BE250HBLIT | (1Ga050)| 120 | 05 | ~10 | 3,600 4500 | 120 | 05 | ~14 | 2,850 |5300| 120 | 0.5 | ~14 | 2,850 | 7,000
(C50,Cs5) | (JC5118)
Below 25048 160 | 0.35 | ~10 | 3,000 4200 190 | 0.35 | ~14 | 2400 | 4900 190 | 0.35 | ~14 | 2,400 | 6500

(SKDGT.SKD11)_ | 407560 70 | 0.6 10 | 3,600 | 4,900 | ~70 | 0.6 14 12,850 | 5,800 | ~70 | 0.6 14 12,850 | 7,700

B2G8HBLLT co0sD)| 120 | 05 | ~10/3600 4500 120 | 05 | ~14 28505300 120 05 | ~14 2850 7000
i a3 160 | 0.35 | ~10 | 3,000 |4,200| 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
TUN\—Rs ~70 | 0.6 | ~10]3,600|4900| ~70 | 06 | ~14]2,850|5800| ~70| 0.6 | ~14 | 2,850] 7,700

(HPM7, PX5, P20) | Jc7560

S 30-86HRC | (Jcs050)| 120 | 0.5 | ~10 3,600 | 4,500 120 | 0.5 | ~14 |2,850 5300 | 120 | 05 | ~14 | 2,850 | 7,000

—

(12311, P20) |(JC5118)
30-36HRC 160 | 0.35 | ~10 | 3,000 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
TUN\—R§8 70| 05 | ~10 | 1.900 | 2.600| ~70 | 05 | ~14 | 1,500 3,050 | ~70 | 05 | ~14 | 1,500 | 4,050

(NAK80, HPM1, P21)

Hr38-43HRC | JC8050 _ ~ =
Tiold sieel | (10511g)| 120 | 03 | ~10 |1,900 2,400 | 120 | 0.3 141,500 | 2,800 | 120 | 0.3 14 {1,500 | 3,700

I 160 | 02 | ~10 1,600 |2,200| 190 | 0.2 | ~14 [1,250|2,600| 190 | 0.2 | ~14 | 1,250 | 3,400
AN ~70 | 04 | ~10 /1400|1400 ~70 | 04 | ~14 |1,100]1,650| ~70 | 0.4 | ~14 | 1,100 | 2,200

(SKD61, DAC, DHA)

fE40-52HRC | JC5118 N - -
Edorod s |(1Csosey| 120 | 0.3 | ~10 1,400 | 1400 120 | 03 | ~14 1100 1650 | 120 | 03 | ~14 1,100 2200

(1.@{3*&@79) | — | — | — | =190 - | — | =] =110 - | —-]-=1-=

BEANH ~ ~ ~ ~ ~ ~
(SKD1 SLD DCH) 70 | 0.15 10| 600| 180| ~70 | 0.15 14| 500 230| ~70 | 0.15 14| 500 | 300

fE55-62HRC | JC5118 - _ ~
oo b iC | pwwinz| 120 | 01 | ~10 | 600| 180| 120 0.1 | ~14 | 500| 230 120 | 0.1 |~14| 500 300

(1.2344,1.2379)

55-62HRC 160 | — = = = 190 | — = = = 190 | — = = =
v 55 I ~70| 0.8 | ~10 3,000 5000 ~70 | 0.8 | ~14 |2,400] 6,000 ~70 | 0.8 | ~14 | 2,400] 8,000
0BT | ioona| 120 | 0.6 | ~10 3,000 4500| 120| 06 | ~14|2400 5400 120 | 0.6 | ~14 | 24007200
B e 160 | 05 | ~10|2200|3,750| 190 | 05 | ~14 |1,750|4500| 190 | 05 | ~14 1,750 6,000
27U ~70| 06 | ~10 3,100 4200 ~70 | 0.6 | ~14 |2,500]5100 ~70 | 0.6 | ~14 |2,500] 6,800

(8US304) | 407560
BES2B0HBIUT | lgnen)| 120 | 0.5 | ~10 13,000 4,000 120 | 0.5 | ~14 2,400 4,900 | 120 | 0.5 | ~14 2400 | 6,500

Stainless steel

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

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

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

Titaniumaalloy | (JC8050)
160 | 0.2 | ~10|1,200| 960| 190 | 0.2 | ~14 | 950|1,140( 190 | 0.2 | ~14 | 950 | 1,500

~70| 05 |~10| 630 380|~70 | 05 | ~14 | 500| 450|~70| 0.5 | ~14 | 500, 600
MG & JC5118

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

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

2 IVRINRHELRE, ap: BIARDYNAHRE, Ge: FEAMDYLAHRE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOXFREIR
1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

@ 4) Use air blow.



miED A EPMT/ Wiz A5e38iRFy T REVIRISRG

Recommended cutting conditions for "EPMT/W-type inserts"

AMIYI A EIAS5=AYE " MAXH + BBE—E(TY15—NvyREBF—IVEBEY+>2o7—/\) MOX and MSN type

TER (mm) Tool dia.
wu | T2 25/26
Work materials ZE R No. of teeth 4N R No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
P ~ ~ ~ ~
(gs%c, B | sorseo |~ 0.8 19 | 2300 | 6,200 90 0.8 19 | 2300 | 7,700
S50 HBLT <dg3(1x1ag)> 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
5
2090, 658) 210 04 | ~19 | 1900 | 5200 | 210 04 | ~19 | 1900 | 6500
(BT | scrsen 90 0.8 19 | 2300 | 6200 90 0.8 19 | 2300 | 7,700
B2SHBLL T 88?,??3; 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
(e Teere) 210 04 | ~19 | 1900 | 5200 | 210 0.4 ~19 | 1900 | 6500
G e o | scrsen 90 0.8 19 | 2300 | 6,200 90 0.8 19 | 2300 | 7,700
e 30-86HRC ((338(1)?3)) 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
5
(1,231, £20) 210 04 | ~19 | 1900 | 5200 | 210 04 | ~19 | 1900 | 6,500
TUI\—R 8 s o S ~
. 90 0.6 19 | 1200 | 3250 90 0.6 19 | 1,200 | 4,050
(LMoId S | estre) 140 0.4 ~19 | 1200 | 3000 | 140 0.4 ~19 | 1200 | 3700
e 210 0.3 ~19 | 1,000 | 2700 | 210 0.3 ~19 | 1,000 | 3,400
B 90 0.4 19 900 | 1,800 90 0.4 19 900 | 2,250
13@;23(’353%5' oy 140 0.3 ~19 900 | 1,800 | 140 0.3 ~19 900 | 2,250
42-52HRC 210 - - - - 210 - - - -
1A ~ ~ ~ ~
oA 90 0.15 19 400 240 90 0.15 19 400 300
F{g‘@ggjd;’g*;;g)e' el 140 0.1 ~19 400 240 | 140 0.1 ~19 400 300
SeioatinG w0 | - | - [ -] - Tew ] -7 -1 -1 -
e ik ~90 0.8 ~19 | 1900 | 6400 | ~90 0.8 ~19 | 1,900 | 8000
FEc300HBIL T | JC5118 ~ ~
GreyﬁéNmmwﬁ“mn Jorsem| 140 0.6 19 | 1900 | 5800 | 140 0.6 19 | 1900 | 7,200
pac, G66) 210 05 ~19 | 1600 | 4800 | 210 05 ~19 | 1600 | 6,000
27V ~90 0.8 ~19 | 2000 | 5450 | ~90 0.8 ~19 | 2000 | 6,800
(8US304) | ;07560
m250HBLT | (S00 ] 140 0.6 ~19 | 2000 | 5200 | 140 0.6 ~19 | 2000 | 6,500
Stainless steel
Below 250HB 210 035 | ~19 | 1900 | 495 | 210 035 | ~19 | 1900 | 6,200
~90 0.5 ~19 750 | 1200 | ~90 0.5 ~19 750 | 1,500
FYIEE JC7560
(TI-6AI-4V) 883313 140 0.3 ~19 750 | 1200 | 140 0.3 ~19 750 | 1,500
Titanium allo 5
ey 210 02 | ~19 750 | 1200 | 210 02 ~19 750 | 1500
~90 0.5 ~19 400 480 | ~90 0.5 ~19 400 600
m@mas | o518
(INco718)  |(JC8050)| 140 0.3 ~19 400 480 | 140 0.3 ~19 400 600
Inconel (JC7560)
210 0.2 ~19 400 480 | 210 0.2 ~19 400 600

2 IDRINRHELES, ap: IAROYNAHKRE, Ge: FEAMDEYLAHRE, n: TERERE, Vi X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LDOXFREIR
1) LEEDUIHISES . RIS K0T — IR U TRELIEE L,
2) UUWHRELUHEF AAHFESZ LEMIEXVBEUTLIREV. 3V IOEmEREZ T IFTERALIEE L,
FeR2U T HBU DRV EEFEZ BN TS,
3) MBI NITREBDEHEF. FTVIAHFRIE XL TLREEVRICNB LV VIZ FIFTERLEE WL,
4) I7 =7 O— LI TREMBEZT>TRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "EPMT/W-type inserts"
AMTYI A EIAS=AYE MQAXF + BE—E(EV15—NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.
wu s | TV 30/32/35 32/35
Work materials 2L H#L No. of teeth 5N KEL No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
] ~ ~ ~ ~

ggs%c, e | 7500 100 0.8 25 | 1900 | 6,350 100 0.8 25 | 1,900 | 7,600

WMEES0HBLIT 8((:38(11&133)) 150 | 06 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
5

2 L050,058) 210 | 04 | ~25 | 1500 | 5000 | 210 | 04 | ~25 | 1500 | 6,000
(sSEr a0 | soroso 100 0.8 25 | 1900 | 6,350 100 0.8 25 | 1,900 | 7,600
RCZOSHBIAT 1ucsos0)| 150 | 06 | ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
(1.0344,1.0379) |(JC5118)

AN A 210 0.4 ~25 | 1500 | 5,000 210 0.4 ~25 | 1500 | 6,000
@ s o2 | scraso 100 0.8 25 | 1,900 | 6,350 100 0.8 25 | 1,900 | 7,600
e 30-36HRC 8((:38(11?3)) 150 | 06 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200

5

(12311, £20) 210 | 04 | ~25 | 1500 | 5000 | 210 | 04 | ~25 | 1500 | 6,000
TUI\—R 8 ~ ~ R A
| 100 0.6 25 950 | 3,200 100 0.6 25 950 | 3,800

(LMold S |(csi 150 0.4 ~25 950 | 3,200 150 0.4 ~25 950 | 3,800

e 210 0.3 ~25 800 | 2,650 210 | 03 ~25 800 | 3,200
e 100 0.4 25 700 | 1,750 100 0.4 25 700 | 2,100
wgggi;,{ﬂzess;gﬁﬂ (csosa)| 150 0.3 ~25 700 | 1,750 150 0.3 ~25 700 | 2,100

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

BEATSE ~ ~ ~ ~
a3l 100 0.15 25 300 250 100 0.15 25 300 300
1%@523(’?‘;;%3?‘ EPawe| 150 0.1 ~25 300 250 150 0.1 ~25 300 300

Se-oatinC 20 | - | - - | -] - | - | - -
o ik ~100 1 ~25 | 1500 | 6250 | ~100 1 ~25 | 1500 | 7,500
fE300HBLLT | JC5118 ~ ~
Gre;%Nodulma?“mn Jorsen)| 150 0.8 25 | 1500 | 5,750 150 0.8 25 | 1500 | 6,900

peia, G66) 210 | 06 ~25 | 1250 | 4850 210 | 06 ~25 | 1250 | 5800
2FYLRHE ~100 0.8 ~25 | 1700 | 5700 | ~100 0.8 ~25 | 1,700 | 6,800

(SUS304) | yc7560
B 250HBLLT | o | 150 0.6 ~25 | 1600 | 5350 150 0.6 ~25 | 1,600 | 6,400
Stainless steel

Below 250HB 210 035 | ~25 | 1500 | 5,000 210 035 | ~25 | 1500 | 6,000

~100 0.5 ~25 600 | 1,250 | ~100 0.5 ~25 600 1,500

FEVEE JC7560

(TheAl4v)  |(JC5118)| 150 0.3 ~25 600 | 1,250 150 0.3 ~25 600 1,500
Titanium alloy | (JC8050)

210 0.2 ~25 600 | 1,250 210 0.2 ~25 600 1,500
~100 0.5 ~25 300 500 | ~100 0.5 ~25 300 580
M#mas | JO5118
(INcO78)  |(JC8050)| 150 0.3 ~25 300 500 150 0.3 ~25 300 580
Inconel (JC7560)
210 0.2 ~25 300 500 210 0.2 ~25 300 580

2 IVRINRHELRS, ap: BIARDYNAHKRE, Ge: FEAMDYLAHRE, N : TEEEGRE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOXFREIR
1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

@ 4) Use air blow.
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Recommended cutting conditions for "EPMT/W-type inserts"

AMIYI A EIAS5=AYE " MAXH + BBE—E(TY15—NvyREBF—IVEBEY+>2o7—/\) MOX and MSN type

TERZ (mm) Tool dia.
wul s | TYT 40/42 40
Work materials 2L H#L No. of teeth 6N HEL No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
gs%c, B0 | sorseo |1 0.8 32 | 1500 | 6300 | ~100 0.8 32 | 1500 | 7,500
S50 HBLLT <dg3(1x1ag)> 150 | 06 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000
5
2090, 058). 210 | 04 | ~32 | 1200 | 5000 | 210 04 | ~32 | 1200 | 6000
(SB[ scrseo 100 0.8 32 | 1500 | 6300 | ~100 0.8 32 | 1500 | 7,500
e iE Bl woeosn| 150 | 06 | ~82 | 1400 | 5800 | 150 06 ~32 | 1,400 | 7,000
(e Teere) 210 | 04 | ~32 | 1200 | 5000 | 210 0.4 ~32 | 1200 | 6,000
G e o | scrsen 100 0.8 32 | 1500 | 6300 | ~100 0.8 32 | 1500 | 7,500
e 30-86HRC ((338(1)?3)) 150 | 06 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000
5
(1,231, £20) 210 | 04 | ~32 | 1200 | 5000 | 210 04 | ~32 | 1200 | 6,000
TUI\—R 8 ~ ~ A A
. 100 0.6 32 750 | 3,000 | ~100 0.6 32 750 | 3,500
(LMold S | estre) 150 0.4 ~32 750 | 3,000 | 150 0.4 ~32 750 | 3,500
el 210 0.3 ~32 620 | 2500 | 210 0.3 ~32 620 | 2,900
B 100 0.4 32 550 | 1,650 | ~100 0.4 32 550 | 1,900
Fﬁrjzj-md1(“2633;8?' oo 150 0.3 ~32 550 | 1,650 | 150 0.3 ~32 550 | 1,900
42-52HRC 210 - - - - 210 - - - -
1A ~ ~ ~ ~
oA 100 0.15 32 250 240 | ~100 0.15 32 250 280
H@@gzjd;*g*;;gs' el 150 0.1 ~32 250 240 | 150 0.1 ~32 250 280
SeioatinG m | - [ - ] - - Taw | - [ -7 -7 -
o ik ~100 1 ~32 | 1200 | 6,150 | ~100 1 ~32 | 1200 | 7,200
FE&300HBLLT | JC5118 ~ ~
Greyﬁ(&Nmum&?mn Jovsso| 150 0.8 32 | 1200 | 5650 | 150 0.8 32 | 1200 | 6,600
pac, G66) 210 | 06 ~32 | 1000 | 4700 | 210 0.6 ~32 | 1000 | 5500
Rz ~100 0.8 ~32 | 1350 | 5850 | ~100 0.8 ~32 | 1350 | 6,800
uS304
BE20HBLLT Doyl 150 | 06 | ~32 | 1300 | 5550 | 150 06 ~32 | 1300 | 6500
ainless siee
Below 250HB 210 035 | ~32 | 1200 | 5150 | 210 035 | ~32 | 1200 | 6,000
~100 0.5 ~32 480 | 1150 | ~100 0.5 ~32 480 | 1,350
FYEE JC7560
(TI-6AI-4V) 88;’31%; 150 0.3 ~32 480 | 1150 | 150 0.3 ~32 480 | 1,350
Titanium allo 5
ety 210 | 02 | ~32 480 | 1150 | 210 02 ~32 480 | 1350
~100 0.5 ~32 250 450 | ~100 0.5 ~32 250 520
m#as | Jo5118
(INCO718) ngsoso; 150 0.3 ~32 250 450 | 150 0.3 ~32 250 520
Inconel JC7560
210 0.2 ~32 250 450 | 210 0.2 ~32 250 520

2 IDRINRHELES, ap: IAROYNAHKRE, Ge: FEAMDEYLAHRE, n: TERERE, Vi X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LDOXFREIR
1) LEEDUIHISES . RIS K0T — IR U TRELIEE L,
2) UUWHRELUHEF AAHFESZ LEMIEXVBEUTLIREV. 3V IOEmEREZ T IFTERALIEE L,
FeR2U T HBU DRV EEFEZ BN TS,
3) MBI NITREBDEHEF. FTVIAHFRIE XL TLREEVRICNB LV VIZ FIFTERLEE WL,
4) I7 =7 O— LI TREMBEZT>TRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFILTITSA A/ QXPH: QXP type (facemill type)

TE&Z (mm) Tool dia.

) + FyT7 | REHULRE 40
Work materials | M7 | oF00 398 No. of teeth 6N % No. of teeth 7N
Grades | ~jength ap ae n Vi ap ae n Vi
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
( RS ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
$50C, S55C)__ | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
S 200HBEIT | (jca050)| 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(cs0,c55) | WCSM8) [ 300 - - - - - = - -
Below 250HB 350 — — _ — _ — _ —
( TEH ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
SKD61, SKD11) | JG7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
RECZOSHBIAT | (Jc3050) [ 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(1.2344, 1.2379) |(JC5118) 300 — — — — - - — —
Below 255HB 350 = = = — — _ — _
(7U/\—I<“/§lﬂ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
HPMY, PX5, P20) | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
B 30-36HRC | (4og050) [ 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(1.2311,p20) | (JC5118) 300 — - — - = — — >
30-36HRC 350 — — — — — — _ —
( FU\— Hyﬁm) ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
NAK80, HPMT, P21 200 0.4 ~32 640 2,650 0.4 ~32 640 3,100
B EebniC | oo |50 03 ~32 600 2,500 03 ~82 600 2,900
(1.2311, P21) 300 - — = — — — — =
38-43HRC 350 - - - - - - - -
( 6 A NS ) ~150 0.4 ~32 520 1,550 0.4 ~32 520 1,800
SKD61, DAC, DHA 2 2 ~32 2 1 9 ~32 2 1
T42-52HRC | JC5118 | o0 02 = 220 450 02 = 220 800
Hardened die steel |(JC8050)
(1.2344,1.2379) 300 - - — = - - - -
42-52HRC 350 - — — — — _ — —
( BEANSE | ~150 0.15 ~32 240 230 0.15 ~32 240 270
SKD11, SLD, DC11 200 0.1 ~32 220 210 0.1 ~32 220 250
fEcr55-62HRC | JC5118 — — - £ < — — < =
Hardened die steel | EPMW#z
(1.2344,1.2379) 300 - - - - - - — -
55-62HRC 350 — - — — = = = =
mﬂaf(.yggmgﬁ; ~150 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
FC, FCD 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
E&300HBLLT | JC5118 = ’ ’ ~ ’ ’
6oy & Noduar castron | (JO7560) 250 05 32 900 5,400 0.5 32 900 6,300
(GG, GGG) 300 - - - - - - - -
Below 300HB 350 - — — — — — — —
—- ~150 0.6 ~32 1,200 5,400 0.6 ~32 1,200 6,300
27 LAS , , , ,
(Eusgolﬁ . 200 04 ~32 1,100 4,950 0.4 ~32 1,100 5,800
B 250HBLLT | g0s0) 250 0.3 ~32 1,000 4,450 03 ~32 1,000 5,200
Stainless steel 300 — = — — — — — —
Below 250HB 350 - - - — — — — —
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
FovAE | JC7560 200 04 ~32 440 1,050 0.4 ~32 440 1,230
(Ti-6AI-4V) | (JC5118) 250 0.3 ~32 440 1,050 0.3 ~32 440 1,230
Titanium alloy | (JC8050) 300 — — — — — — — —
350 - — - - — — — —
~150 0.6 ~32 240 430 0.6 ~32 240 500
fitsas | JC5118 200 04 ~32 200 360 0.4 ~32 200 420
(INCO718)  |(JCB050) 250 03 ~32 200 360 03 ~32 200 420
Inconel (JC7560) 300 _ — — = — — — —
350 - — - — — — — —

R RHULRE, ap: 8iAMOYTIAHRSE, Ge: ¥BAMDYNAHRE, n: TEEERE, Vi:X)&RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDETEIR

1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

@ 4) Use air blow.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFILTITSA R/ QXPH: QXP type (facemill type)

TE&Z (mm) Tool dia.

5 i 44 FvT | RHURS 50 50 /52
Work materials g O\fe(mrgr)l R No. of teeth 7N X% No. of teeth 8N
Grades | |onoth ap ae n Vi ap ae n 3
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-") (mm/min)
FE ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
590G, 55G)__ | JC7560 200 0.8 ~40 1,000 5,950 08 ~40 1,000 6,800
S250HBECT | (Jos0s0)| 250 06 ~40 900 5,350 06 ~40 900 6,100
{Teoag |west18) | 300 05 ~40 800 4,750 05 ~40 800 5,450
Below 250HB 350 04 ~40 800 4,750 04 ~40 800 5,450
L ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
SKD61, SKD11) | yc7560 | 200 08 ~40 1,000 5,950 08 ~40 1,000 6,800
BEZOSHBIAT | (Jcg050) | 250 06 ~40 900 5,350 06 ~40 900 6,100
(1.2344,1.2379) |(JC5118) 300 05 ~40 800 4,750 05 ~40 800 5,450
Below 255HB 350 04 ~40 800 4,750 04 ~40 800 5,450
TUER ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
HPM7, PX5. P20) | JC7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
B 30-38HRC | (Jos0s0)| 250 06 ~40 900 5,350 06 ~40 900 6,100
(1.2311, P20) (JC5118) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
30-36HRC 350 04 ~40 800 4,750 04 ~40 800 5,450
T ~150 08 ~40 540 2,600 038 ~40 540 3,000
NAKSO, HPM, P2t 200 06 ~40 540 2,600 0.6 ~40 540 3,000
B e | o |25 04 ~40 510 | 25500 04 ~40 510 | 2,850
(1.2311, P21) 300 03 ~40 480 2,350 03 ~40 480 2,700
38-43HRC 350 03 ~40 480 2,000 03 ~40 480 2,300
B ~150 06 ~40 400 1,400 0.6 ~40 400 1,600
SKD6, DAC, DHA 200 04 ~40 400 1,400 04 ~40 400 1,600
e et | Joaoey | 250 02 ~40 400 1,400 0.2 ~40 400 1,600
gy e e e e e
A ~150 015 ~40 190 210 0.15 ~40 190 240
SKD11,SLD, DC11 200 0.5 ~40 170 190 0.15 ~40 170 220
55 JC5118
o ol | Emranig 250 041 ~40 170 190 04 ~40 170 220
i -
avy 8 (1 ~150 i ~40 900 7,500 1 ~40 900 8,600
FC. FCD 200 08 ~40 900 6,300 08 ~40 900 7,200
= A P 06 ~40 850 | 5950 06 ~40 850 | 6,800
(6G, 6G6) 300 05 ~40 800 5,600 05 ~40 800 6,400
Below 300HB 350 04 ~40 800 5,600 04 ~40 800 6,400
— ~150 08 ~40 950 5,600 038 ~40 950 6,400
e 167560 |20 06 ~40 950 5,000 0.6 ~40 950 5,700
BE250HBLLT | jlpod [ 250 04 ~40 900 4,700 04 ~40 900 5,400
Stainless steel 300 03 ~40 900 4,700 03 ~40 900 5,400
Below 2508 350 03 ~40 850 4,450 03 ~40 850 5,100
~150 038 ~40 380 1,050 038 ~40 380 1,220
Fovas | J07560 | 200 06 ~40 380 1,050 06 ~40 380 1,220
(Ti-6A4V)  |(JC5118) [ 250 04 ~40 350 980 04 ~40 350 1,120
Titanium alloy | (JC8050)| 300 03 ~40 350 980 03 ~40 350 1,120
350 03 ~40 320 890 03 ~40 320 1,020
~150 E ~40 190 390 038 ~40 190 450
M#as | Jo5118 [ 200 06 ~40 190 390 0.6 ~40 190 450
(INCO718)  |(JC8050)| 250 04 ~40 160 330 04 ~40 160 380
inconel |(JC7560)[ 300 03 ~40 160 330 03 ~40 160 380
350 03 ~40 130 270 03 ~40 130 310

R:RHURE, ap: 8iAMOYIAHRSE, Ge: FBAMDYNAHRE, n: TEEERE, Vi:X)&RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LDOXFREIR
1) LEEDUIHISES . RIS K0T — IR U TRELIEE L,
2) UUWHRELUHEF AAHFESZ LEMIEXVBEUTLIREV. 3V IOEmEREZ T IFTERALIEE L,
FeR2U T HBU DRV EEFEZ BN TS,
3) MBI NITREBDEHEF. FTVIAHFRIE XL TLREEVRICNB LV VIZ FIFTERLEE WL,
4) I7 =7 O— LI TREMBEZT>TRE W, FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

4) Use air blow. @
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFILTITSA A/ QXPH: QXP type (facemill type)

TE&Z (mm) Tool dia.

- W 70 =S
wHp | T2 RS 63/ 66
Work materials | 12 Overhung F# No. of teeth 8N
Grades | ~|gngth ap ae n Vi
(mm) (mm) (min-) (mm/min)
( R ) ~200 1 ~50 800 5,750
$50C, S55C)__ | JC7560 250 0.8 ~50 800 5,450
S 200HBEIT | (ics050)| 300 06 ~50 720 4,900
(c50,c55)  |(UC5118) 350 05 ~50 640 4,350
Below 250HB 400 04 ~50 640 4,350
( TE38 ) ~200 1 ~50 800 5,750
SKD61, SKD11) | JC7560 250 0.8 ~50 800 5,450
BESZOSHBELT | (Jcs0s0) [ 300 06 ~50 720 4,900
(1.2344. 1.2379) (JC5118) 350 0.5 ~50 640 4,350
Below 255HB 400 04 ~50 640 4,350
(7U/\—t~“y§|ﬂ) ~200 1 ~50 800 5,750
HPM7, PX5. P20) | JC7560 250 0.8 ~50 800 5,450
B 30-36HRC | (4cg050) [ 300 06 ~50 720 4,900
(1.2311,p20) | (JC5118) 350 05 ~50 640 4,350
30-36HRC 400 0.4 ~50 640 4,350
( TUN\— R ) ~200 0.8 ~50 430 2,400
NAK80, HPM1, P21 250 0.6 ~50 430 2,400
fict 38-43HRC | JC8050 300 W ~T e S
Mold steel (JC5118) d ]
(1.2311, P21) 350 0.3 ~50 370 2,100
38-43HRC 400 03 ~50 370 1,800
BEANSE ~200 06 ~50 320 1,300
(SKD61, DAC, DHA) 250 04 ~50 320 1,300

fEx42-52HRC | JC5118

Hardened die steel |(JC8050) 300 0.2 ~50 320 1,300
(1.2344, 1.2379) 350 — — — _
42-52HRC 400 — — — —

( 18 AN \ ~200 0.15 ~50 150 190
SKD11, SLD, DC11 250 0.15 ~50 130 170
fE55-62HRC | JC5118 300 = ~&0 = =
Hardened die steel | EPMW#z -

(1.2344,1.2379) 350 — — = =
55-62HRC 400 — — — —

naﬂa,«( .9“7;\74)“,35&; ~200 1 ~50 720 6,900

FC, FCD 250 0.8 ~50 720 5,750
EE300HBLLT | JC5T18 300 06 ~50 680 5,450
Grey & Nodular cast iron | (JC7560) : -
(GG, GGG) 350 0.5 ~50 640 5,100
Below 300HB 400 0.4 ~50 640 5,100
= ~200 0.8 ~50 750 5,050
ATVUAE ]
A 167560 |20 0.6 ~50 750 4,500
B 250HBLAT (JG8050) 300 0.4 ~50 710 4,250
Stainless steel 350 03 ~50 710 4,250
Bl 2 400 0.3 ~50 670 4,000
~200 0.8 ~50 300 960
FEVEE JC7560 250 0.6 ~50 300 960
(Ti-BAI-4V) (JC5118) 300 0.4 ~50 280 900
Titanium alloy [ (JC8050) 350 0.3 ~50 280 900
400 0.3 ~50 250 800
~200 0.8 ~50 150 350
ME#ASE JC5118 250 0.6 ~50 150 350
(INCO718) (JC8050) 300 0.4 ~50 130 310
Inconel (JC7560) 350 0.3 ~50 130 310
400 0.3 ~50 100 240

R RHULRE, ap: 8iAMOYTIAHRSE, Ge: FEBAMDYNAHRE, n: TEEERE, Vi:X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDETEIR

1) LEEDUIHISEME FERAIMES KD — IR TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX ) BEUTLIREV. 3V IOEmREZ T IF TERALIEE L,
FeRRU T HHU DRV BEFEZ BN T EE L,
3) MBI NTREDHZEF. FTVAHRIEZLLTLREEVRICNB KV VIZ TFIFTERLEE L,
4) I7 =7 O— LIPS TREMEET>TRE W FHIC IIEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.

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

m 4) Use air blow.
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H.S.C. recommended cutting conditions for "EPHW-type inserts”
QAMTYI R EIAS—AYE " MQXH + BE—8(TYa15—NYyRBA—IVEBEY+>2I7—I\) MaX and MSN type
TE& (mm) Tool dia.

wmEs | T27 16/17
Work materials | ™78 L No. of teeth 2N
Grades 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min)
TJUN—=R Vi ~70 05 ~10 3,980 3,980
G
LNIoId steel DH102 120 04 ~10 3,580 3,190
12511, P21) 160 | 025 | ~10 | 3180 | 2550
BEANSH ~70 0.4 ~10 2,980 | 2980

(SKD61, DAC, DHA)

e 42-52HRC ~
EC4262HAC | puioz | 120 | 0.25 10 | 2680 | 2390

(1.2344, 1.2379)

42-52HRC 160 - - = -
AN ~70 0.2 ~10 1,590 950
e
IRCOS-62HAC | pHio 120 0.15 ~10 1,430 760
(1.2344, 1.2379)
55-62HRC 160 - - - -
TE& (mm) Tool dia.

wa | T2 20 20/ 21
Work materials ZLE H#L No. of teeth 3N H#L No. of teeth 4N

Grades 2 ap ae n Vi 2 ap ae n f

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

TUN— RS ~70 05 ~14 3,180 | 4,780 ~70 0.4 ~14 3,180 | 6,370
(NAK8O, HPM1, P21)
Eé,\fo?&‘;g'e':ﬁc DH102 | 120 0.4 ~14 2860 | 3,820 120 03 ~14 2,860 | 5,100
028, 2l 160 | 03 | ~14 | 2540 | 3050 | 160 | 025 | ~14 | 2540 | 4,070
AN ~70 0.4 ~14 2390 | 3,580 ~70 0.35 ~14 2390 | 4,770
(SKD61, DAC, DHA)
@& 42-52HRC | pyqgp 120 03 ~14 2150 | 2,860 120 0.25 ~14 2150 | 3,820

Hardened die steel
(1.2344,1.2379)

42-52HRC 160 = - = - 160 = - - _
JEATSH ~70 0.2 ~14 | 1270 | 1,140 | ~70 0.15 ~14 | 1270 | 1520
(SKD11, SLD, DC11)
BE55-62HRC | pygp | 120 | 015 ~14 | 1,140 920 120 | 01 ~14 | 1,140 | 1,220

Hardened die steel

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

R IURINEHURS, ap: MARDYNAALRE, ge: XREAMOYNAHES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BfER EDOEEEIR
1) LEEDLIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUISEF ANAH TS Z LEEBIELBEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHEINABDBE(E FTUHAHFREZEELUTLKREE VU RICNB KU VIZTIFTERLIEE L,

4) I7 =7 O— XYW TREMBZTOTRE W HIC IIEMCTOFvETA NI TR FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini

New generation high feed mill

eJ’ 4

=iEEMH EPHWHZ IE3RTF T (REVIHISRME

H.S.C. recommended cutting conditions for "EPHW-type inserts”
QAMTYI R EI2AS—AYE " MQXF + BE—8(TY15—NYRBA—IVEBEY+>2I7—I/\) MaXand MSN type

TE®Z (mm) Tool dia.

wus | TV 25/26
Work materials 2L F#L No. of teeth 4N X% No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
(a%é\H—PMI\;‘JP%@) ~90 05 ~18 2,550 5,100 ~90 05 ~18 2,550 6,380
ﬁﬁii?-*,\fo%‘;g'fc DH102 | 140 04 ~18 2290 | 4,080 140 0.4 ~18 2290 | 5100
12511, P21) 210 | 03 ~18 | 2040 | 3270 | 210 | 03 ~18 | 2040 | 4,080
" gg%%ﬁmmm ~90 0.4 ~18 1,900 | 3,800 ~90 04 ~18 1,900 | 4,750
Eﬁ:ﬂgﬁ:‘sﬁg DH102 | 140 03 ~18 1,710 | 3,040 140 03 ~18 1,710 | 3,800
(1.2344,1.2379)
42-52HRC 210 = - - - 210 = - - -
(s@ﬁ%fﬂcm ~90 0.2 ~18 1,020 1,230 ~90 0.2 ~18 1,020 1,530
RCOSB2HAC | prioz | 140 | 015 | ~18 920 980 | 140 | 015 | ~18 920 | 1,230
(1.2344, 1.2379)
55-62HRC 210 - - - - 210 - - - -
TE®R (mm) Tool dia.
wul | TV 30/32/35 32/35
Work materials g XL No. of teeth BN XL No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(hﬁ%é \H_PNH%@) ~100 05 ~24 2,490 5600 | ~100 0.5 ~24 2,490 6,720
WCI8ASHRAC | pH1o2 | 150 | 04 ~24 | 2240 | 4,540 150 | 04 ~24 | 2240 | 5450
12511, P21) 210 | 03 ~24 | 1990 | 3580 210 | 03 ~24 | 1990 | 4300
" [;kg)&[;glcﬁmwm ~100 0.4 ~24 1,790 | 3,130 | ~100 0.4 ~24 1,790 | 3,760
Eﬁe“ngfd?e'ﬁeg DH102 150 03 ~24 1,610 | 2,540 150 03 ~24 1,610 | 3,050
e T 210 | 02 ~24 | 1430 | 2,000 210 | 02 ~24 | 1430 | 2400
(smﬁjéﬁﬂgcm ~100 0.2 ~24 800 1200 | ~100 0.2 ~24 800 1,440
Eﬁgﬂgﬁeﬁeg DH102 150 0.15 ~24 720 970 150 0.15 ~24 720 | 1,160
(12344, 1.2379) 210 | 01 ~24 640 770 210 | 01 ~24 640 920

R IVRINEHULRE, ap: MARDYNAALRE, Ge: XRAMDYNAAEE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER EDOEEEIR
1) EECOUIHISRME BERAIIES KD —TBIECIRU TRELEE W,

2) UUWHRELUISEF ANAH TS Z LEEBIEX BEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) EMENREDZEF. FTVNAHFRIEZLLTLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=7O— XKWWK TREMBZTOTREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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H.S.C. recommended cutting conditions for "EPHW-type inserts”
QAMTYIR EVaS5—AvE " MQAXH + BE—E(TEY15—NyRAZF—)VEBIE+>2o7—I\) MaX and MSN type
TE& (mm) Tool dia.

L 40/42 0
Work materials 2L H#4 No. of teeth BN H# No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—RV$EB ~100 05 ~32 1,990 | 5370 | ~100 05 ~32 1,990 | 6,260
(NAK80, HPM1, P21)
ﬁﬁ?—‘“/f’o?a‘;ggm DH102 150 0.4 ~32 1,790 | 4,350 150 0.4 ~32 1,790 | 5,070
12511, F2n) 210 | 03 ~32 | 1590 | 3430 210 | 03 ~32 | 1590 | 4,000
BEANSE ~100 0.4 ~32 1,430 | 3,000 | ~100 0.4 ~32 1,430 | 3,500
R
R ac-ocHAC | pH1o2 150 0.3 ~32 1,290 | 2,440 150 03 ~32 1,290 | 2,850
ST 210 | 02 ~32 | 1140 | 1,920 210 | 02 ~32 | 1140 | 2,240
BEANE ~100 0.2 ~32 640 1,150 | ~100 0.2 ~32 640 1,340
Fat
i o0-0eHAC | pHioz 150 0.15 ~32 570 920 150 0.15 ~32 570 | 1,070
“'%35‘33'2;%%79) 210 0.1 ~32 510 730 210 0.1 ~32 510 850

R IVRINRHEULRER, ap: ARDYNAALRE, Ge: FRFAMDYNAAZEE, N : TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALEDOXFEREIR
1) LEEDUIRISRAS . RIS KO —IBIEICRUTRELIEE L,

2) CUIHREUSEF ABAHFREZ LEEHMEL ) BELLTLREEV. HBNFENEEZ FFTERLEE L.

3) BWEBNTREDZEF. FTVIAHFREIEZLLTLREEV RICNB KLU VIZ T FTERLEE L,

4) I7—=70O— LKW TREMBEZITOCTLRE WV, FHT IIEMCTOFrET NI TRV FTRB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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H.S.C. recommended cutting conditions for "EPHW-type inserts”

QMY YIR RFPILTITSA X QXPH;

QXP type (facemill type)

TE®Z (mm) Tool dia.

wus |77 40 40
Work materials g HE No. of teeth BN HE No. of teeth 7N
Grades ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
UM=K B ~100 | 05 ~32 | 1990 | 5370 | ~100 | 05 ~32 | 1990 | 6260
(NAKBO, HPI P21) 150 | 0.3 ~32 | 1590 | 3430 150 | 03 ~32 | 1590 | 4,000
WC3BASHRC | pHioz | 200 | 02 ~32 | 1590 | 3430 200 | 0.2 ~32 | 1590 | 4,000
(12311, P21) 250 | 015 | ~32 | 1590 | 3430 250 | 015 | ~32 | 1590 | 4,000
300 - - - - 300 - - - -
— ~100 | 04 ~32 | 1430 | 3000 | ~100 | 04 ~32 | 1430 | 3500
(SKDS1, DAC, DHA) 150 | 0.2 ~32 | 1140 | 1920 150 | 0.2 ~32 | 1140 | 2,240
PCIeOeHAC | pHio2 | 200 | 015 | ~32 | 1,140 | 1,920 200 | 015 | ~32 | 1,140 | 2,240
(1.2344, 1.2379) 250 - - - - 250 - - _ _
42-52HRC
300 = - = = 300 = - = =
AN ~100 | 0.2 ~32 640 | 1150 | ~100 | 0.2 ~32 640 | 1340
(SKD11, SLD, DC11) 150 | 015 | ~32 510 730 150 | 015 | ~32 510 850
IPCSOB2HAC | pHio2 | 200 | 0.1 ~3 | 510 | 730 | 200 | 0 ~32 | 510 | 850
(1.2344, 1.2379) 250 - - - - 250 - - - -
55-62HRC
300 - - - - 300 - - - -
TE& (mm) Tool dia.
wul |77 50 50 /52
Work materials | M7 X% No. of teeth 7N X% No. of teeth 8N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
SN KB ~150 | 05 ~40 | 1590 | 5000 | ~150 | 05 ~40 | 1590 | 5700
(NAKBO, HPI P21) 200 | 035 | ~40 | 1270 | 3,200 200 | 035 | ~40 | 1270 | 3,660
W38 A3HAC ) prio2 | 250 | 02 ~40 | 1270 | 3200 250 | 02 ~40 | 1270 | 3,660
(12311, P21) 300 | 015 | ~40 | 1270 | 3,200 30 | 015 | ~40 | 1270 | 3,660
350 - - - - 350 - - - -
— ~150 | 04 ~40 | 1150 | 2820 | ~150 | 04 ~40 | 1,150 | 3220
(SKDB, DAC, DHA) 200 | 025 | ~40 920 | 1,800 200 | 025 | ~40 920 | 2,060
1B 42-52HRC
e se | DH102 | 250 | 045 | ~40 920 | 1,800 250 | 015 | ~40 920 | 2,060
(1.2344, 1.2379) 300 - - - - 300 - - _ _
42-52HRC
350 - - - - 350 - - - -
AN ~150 | 0.2 ~40 510 | 1070 | ~150 | 0.2 ~40 510 | 1,220
(SKD11, SLD, DC11) 200 | 015 | ~40 410 690 200 | 015 | ~40 410 790
REOSB2HAC | pH1o2 | 250 | 0 ~40 410 690 250 0.1 ~40 410 790
(1.2344, 1.2379) 300 - - - - 300 _ - _ _
55-62HRC
350 - - - - 350 - - - -

0 RHELRY, ap: MARDETNAHKRE, e: FEARMOYNIAARS, N TERERE, Vi k) EE

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

W{ERALOFESEIR
1) EECOVIHISRAE ERBIES KO0 —IBIEICIN U THEL T L,

2) UUWHREUISEE AR RS Z LEEBIEXBEUTLREV. 2 VIFEVEREZ T IFTERLEE L,

3) BB NTREDGEF. FTVPAHFRIE XL TLEE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=7O— KWWK TREMBZTOTREE W FHIC IEMCTOFvETA NI TR FTRUBISERLSZE L,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed and Feed speed.

4) Use air blow.
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H.S.C. recommended cutting conditions for "EPHW-type inserts”
QMY YI R RTZFLTITSA X QAXPH;  QXP type (facemill type)

TER (mm) Tool dia.
wmu s |77 63 /66
Work materials L H# No. of teeth 8N
Grades £ ap 3e n Vi
(mm) (mm) (mm) (min-) (mm/min)
, ~150 0.5 ~50 1,270 4,570
TJUN—=RViH
(NAK80, HPM1, P21) 200 0.4 ~50 1,270 4570
& 38-43HRC "
Wold steel DH102 250 0.3 50 1,140 3,690
(1.2311, P21) 300 | 02 ~50 | 1,40 | 3,690
38-43HRC
350 0.15 ~50 1,140 3,690
N ~150 0.4 ~50 920 2,580
IRANS
(SKD61, DAC, DHA) 200 0.3 ~50 920 2,580
B 42-52HRC
Hardend die steel | PH102 250 0.25 ~50 830 2,090
(1.2344, 1.2379) 300 | 015 ~50 830 | 2,090
42-52HRC
350 - = = -
N ~150 0.2 ~50 410 980
JEAT LS
‘%QE; ,SSE% F[|>|(:3§1C1) 200 0.2 ~50 410 900
HaFaened die steel | DH102 250 0.15 ~50 370 800
(12344, 1.2379) 300 | 0.1 ~50 370 800
55-62HRC 350

2 RHELRS, ap: MARDYHAAKRE, ge: XEAMOYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFESEIR
1) LEEDUIHISAHS . SRR S KO — IR U TRELIEE L,

2) UUWHRELUISEF ANAH TS Z LEEBIELBHEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHENABDBE(E FFTUHAHFREZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XYW TREMEBZTOTRE W, HIC IIEMCTOFvETA NI TR FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "ZPMT-type inserts"
AMT YOI A EIAS=AYE MQAXF + BE—E(EV15—~NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

9 8 #1 ’;7}‘/*; 16/17 20 20/21
Work materials | ~° o FE No. of teeth 2N HE No. of teeth 3N FEL No. of teeth 4N
(m€n) (neqzr%) é}%ﬁ%e (mﬁ-u (mm‘ﬁnin) (m%) (rfr?]) %pm?n‘za)e (mﬁ-') (mm\//rfmn) (m‘?n) (mar%) a(ﬁqﬁ%e (mirr,ﬂ) (mm\frfnin)
LA ~70 | ~6.0 |~13.0/ 3,180 | 760 | ~70 | ~6.0 |~16.0/ 2550 920 | ~70 | ~6.0 |~16.0| 2,550 | 1,220
BRCeo0HBIT | (Goosy)| 120 | ~4.0 | ~4.0/2,860 630 | 120 | ~50 ~8.0/2300 760 | 120 | ~5.0| ~8.0/ 2300 1,010
e 160 | ~3.0  ~2.0 2540 | 500 | 190  ~4.0 ~402,040| 620 | 190 | ~4.0| ~40/2040 820
s ~70 | ~6.0 |~13.0/2,990 | 600 | ~70 | ~6.0 ~16.0{2390 | 720 | ~70 | ~6.0 |~16.0/2,390 | 960
BECOSHBLT | foaoay)| 120 | ~40| ~4.0/2690| 480 | 120 | ~50| ~B.0 2,150 | 580 | 120 ~50| ~802,150 | 770
e 160 | ~3.0| ~2.0/2,390 | 380 | 190 | ~40 | ~4.0[1,910 460 | 190 | ~4.0| ~4.0 1,910 610
(Hij%x\s]ﬂ;Jo,ﬁpmzm ~T70 | ~6.0 | ~8.0 2390 | 480 | ~70 | ~6.0 |~16.0/1,910| 570 | ~70 | ~6.0 |~16.0/1,910 | 760
RS0-43HRC | 8000|120 | ~3.0 | ~3.0/2,150 | 390 | 120 | ~4.0| ~80/1720 460 | 120 ~40| ~8.01,720| 620
tasit, P20 160 | ~2.0 | ~1.6/1,010| 310 | 190 | ~3.0| ~4.0/1530 | 370 | 190 | ~3.0| ~40/ 1,530 490
9% 975 (L5 ~70 | ~7.0|~13.0 2,990 | 720 | ~70 | ~6.0 |~18.0/ 2,390 | 860 | ~70  ~6.0|~18.0/ 2,390 1,150
i | JC5118 | 120 | ~4.0 | ~4.0/2,690 | 590 | 120 | ~5.0 |~10.0 2,150 | 710 | 120 | ~5.0|~10.0/2150 | 950
e 160 | ~3.0 | ~2.0 2,390 | 480 | 190 | ~4.0 ~50/1,910| 570 | 190 | ~4.0| ~50/1910 760
25 VLR ~70 | ~6.0|~13.0 2,990 | 600 | ~70 | ~6.0 |~16.0/2,390 | 720 | ~70 ~6.0|~16.0/2390 960
@9333&°§lw JC8050 | 120 | ~36 | ~3.6/2,690 | 480 | 120 ~50 ~802150| 580 | 120 ~50| ~8.0 2150 770
Soow 25015 160 | ~2.5 ~2.0 2390 | 380 | 190 ~4.0 ~40 1,910 460 | 190 | ~4.0| ~40/1910 610

R IVRINEHURE, ap: MARDYNAALRSE, Ge: XREAMDYNAARS, n: TERAERE, Vi E)RE

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

W{ERALDFETEIR

1) LEEDYIRISRAE EMAIES KT D —IBIMEICRU THEBLEEN,

2) CUUHRELR

3) HBINTREDBER. FTUAHFRSZ R L TLEET V. RICNB RO VIZTIFTERLIEE L,
4) I7 70— LKW TREBZITOCTLREE WV, FHT IIEMCTOFrET NI TRV FREBTERLSIZEE 0,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

FEIF HAHRE Z LFEMELVBEUTKEET V. BB WVIEXVEREZ T FTERLIEE L,
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Recommended cutting conditions for "ZPMT-type inserts"

AMTYI A EIAS5=AYE, " MAXH + BE—E (V15— NvyREBAZF—)VEBEY+>27—/\) M0X and MSN type
TE%R (mm) Tool dia.

w7 25/26
Work materials Grad TEL No. of teeth 4N X# No. of teeth SN
[ECES 2 ap px ae n Vi 2 ap pxae n Vi
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-") (mm/min)
Jra ~90 | ~60 | ~200 2040 | 980 ~90 | ~60 | ~200 | 2,040 | 1220
BCes0HBIT | iCsoey| 140 | ~50 | ~100 | 1840 | 810 140 | ~50 | ~100 | 1,840 | 1,010
050, 655) 210 | ~40 | ~80 1630 | 660 210 | ~40 | ~80 | 1630 820
os2m ~90 | ~60 | ~200 | 1910 | 770 ~90 | ~60 | ~200 | 1910 960
BEBOSHBLT | aoey| 140 | ~50 | ~100 | 1720 | 620 140 | ~50 | ~100 | 1720 | 770
Ll 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610
RO ~90 | ~60 | ~200 @ 1530 | 610 ~90 | ~60 | ~200 | 1,530 760
FE30-43HRC | JCB050 ~ _ - -
80-4SHRC | 30| 140 4.0 100 | 1,380 | 500 140 40 100 | 1,380 620
2st, P20) 210 | ~30 | ~80 | 1220 | 390 210 | ~30 | ~80 | 1,220 490
19'9“3*('F5§7F%g)1bﬁ§* ~90 ~6.0 | ~250 | 1910 920 ~90 ~6.0 | ~250 | 1,910 1,150
& 300HBIUTF - - — _
GreyL%Nodulmimn Jo5118 | 140 5.0 120 | 1,720 | 760 140 5.0 120 | 1,720 950
GG, GGG
Below 300HB 210 | ~40 | ~00 | 1530 | 610 210 | ~40 | ~90 | 1530 760
25ULRE ~90 | ~60 | ~200 1910 | 770 ~90 | ~60 | ~200 | 1910 960
(SUS304)
FEX250HBILT | JC8050 | 140 | ~50 | ~100 | 1720 | 620 140 | ~50 | ~100 | 1,720 770
Stainless steel
Below 250HB 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610

R IVRINEHURE, ap: MARDEYNAALRSE, ge: XRAMDYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFEREIR
1) LEEDUIHISKEHS . RIS KO —IBIMEICRU TRELIEE L,

2) CUUHREULGER ABAHFREZ LEEMELVBELLTLREEVN. HBNFEDEEZ FFTERLEE .

3) BMEBNTREDZEF. FTVIAHFREIEZLLTLREVRICNB KO VIZ R FTERLEE L,

4) I7—=70O—[CKIPIW<KTREMBZITO TR E WV, FHT IEMCTOFrET A NIL TRV FREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini
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BHIDA ZPMTH; AF%3RF T {FELHISEE

Recommended cutting conditions for "ZPMT-type inserts"
AMT YOI A EIAS=AYE MQAXF + BE—E(EV15—~NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

w22 30/32/35 275
Work materials g F# No. of teeth BN FE No. of teeth BN
Grades 0 ap apxae n Vs ) ap apXae n %% .
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-) (mm/min)
s ~100 | ~60 | ~22.0 | 1,590 950 ~100 ~6.0 | ~220 | 1,590 1,140
(S50C, 3558 L5118
FES250HBLLT ~ ~ - -
Ctonsten | |(caos)| 150 5.0 15.0 | 1,430 780 150 5.0 15.0 | 1,430 940
050, 653) 20 | ~40 | ~80 @ 1270 | 630 20 | ~40 | ~80 | 1270 760
TEif ~100 | ~60 | ~220 | 1,490 740 ~100 ~60 | ~220 | 1490 890
oM SK[JT')F JC5118
fE & 255HBL ~ ~ - -

“ohse |ucsosoy| 150 5.0 15.0 | 1,340 600 150 5.0 15.0 | 1,340 720
G 210 | ~40 | ~80 | 1190 | 480 20 | ~40 | ~80 | 1190 570
TUN—R Vil ~100 | ~60 | ~22.0 | 1,190 590 ~100 ~6.0 | ~22.0 | 1,190 710

(HPM?7, PX5, NAK80, P20) 168050
fE30-43HRC ~ N N N
Totse | (1C5118) 150 5.0 15.0 | 1,070 480 150 5.0 15.0 | 1,070 580
(1.2311, P20)
30-43HRC 210 | ~4.0 ~8.0 950 380 210 ~4.0 ~8.0 950 460
n?af(k%%gg;bﬁﬁ* ~100 | ~6.0 | ~24.0 | 1,490 890 ~100 ~6.0 | ~240 | 1,490 1,070
B 300HBLIF - - N _
Grey‘—% Nodularcaitiron JC5118 150 5.0 16.0 | 1,340 730 150 5.0 16.0 | 1,340 880
GG, GGG
Below 300HB 210 | ~4.0 ~9.0 | 1,190 590 210 ~4.0 ~9.0 | 1,190 710
25V ~100 | ~6.0 | ~22.0 | 1,490 740 ~100 ~6.0 | ~220 | 1,490 890
(SUS304)
fE250HBILT | JC8050 150 | ~50 | ~15.0 | 1,340 600 150 ~50 | ~150 | 1,340 720
Stainless steel
Below 250HB 210 | ~4.0 ~80 | 1,190 480 210 ~4.0 ~80 | 1,190 570

R ILRINVRBHELRS, ap: BhAROYNHAHKRSE, Qe: FEARODYNAKZRE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR
1) LEEDYIRISRAE EMAIES KT D —IBIMEICRU THEBLEEN,

2) CUWHREUSZERF ANAHFREZ LEEHEL ) BELLTLREEVN. HBVFE)EEZ FFTERALEE .

3) BMEBNTEDHEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZ FIFTERLEE L,

4) I7—7O—CKWYPIKTREDEBZTH>TLREE W, FIC IFEMCTOFvET A NI TIFII S FTRRITERLEE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



RHIDAZPMTH; A5F3EHRF v T RECIRISFGE

Recommended cutting conditions for "ZPMT-type inserts"

AMTYI A EIAS5=AYE, " MAXH + BE—E (V15— NvyREBAZF—)VEBEY+>27—/\) M0X and MSN type
TE%R (mm) Tool dia.

2 Bl 4 5;7};; 20/42 =
Work materials F# No. of teeth BN FE No. of teeth 7N
Grades 0 ap apxae n Vs ; ap apXae n Vi .
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-") (mm/min)
PRl ~100 ~6.0 ~28.0 1,270 920 ~100 ~6.0 ~28.0 1,270 1,070
(S50, 355Lc) 15118
fEe250HBLLT - - — -
Earbon steol (JC8050) 150 5.0 20.0 1,140 750 150 5.0 20.0 1,140 880
050, 655) 210 | ~40 | ~100 | 1010 | 610 210 | ~40 | ~100 | 1,010 710
TR ~100 ~6.0 ~28.0 1,190 590 ~100 ~6.0 ~28.0 1,190 690
(SKD61, SKDLH) 1518
fEc255HBLLT - - _ _

LDie stool (JC8050) 150 5.0 20.0 1,070 450 150 5.0 20.0 1,070 520
S 210 | ~40 | ~100 | 950 | 320 210 | ~40 | ~100 | 950 370
TUN—R8 ~100 ~6.0 ~28.0 950 570 ~100 ~6.0 ~28.0 950 660

(HPM7, PX5, NAKSO, P20) 165050
fEer30-43HRC - - _ —
sl | UGS 150 50 | ~200 | 860 | 460 150 50 | ~200 | 860 | 530
(1.2311, P20
30-43HRC 210 ~4.0 ~10.0 760 360 210 ~4.0 ~10.0 760 420
133"3}(-%7%3)}[,%& ~100 ~6.0 ~32.0 1,190 860 ~100 ~6.0 ~32.0 1,190 1,000
& 300HBIUTF - - — _
GreyL% Nodularcaitiron JC5118 150 5.0 24.0 1,070 710 150 5.0 24.0 1,070 820
GG, GGG
Below 300HB 210 ~4.0 ~12.0 950 570 210 ~4.0 ~12.0 950 670
z(;—/pz)ﬁm ~100 ~6.0 ~28.0 1,190 590 ~100 ~6.0 ~28.0 1,190 690
SUS304
fEx250HBLLT | JC8050 150 ~5.0 ~20.0 1,070 450 150 ~5.0 ~20.0 1,070 520
Stainless steel
Below 250HB 210 ~4.0 ~10.0 950 320 210 ~4.0 ~10.0 950 370

R IVRINEHURE, ap: MARDEYNAALRSE, ge: XRAMDYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFEREIR
1) LEEDUIHISKEHS . RIS KO —IBIMEICRU TRELIEE L,

2) CUUHREULGER ABAHFREZ LEEMELVBELLTLREEVN. HBNFEDEEZ FFTERLEE .

3) BMEBNTREDZEF. FTVIAHFREIEZLLTLREVRICNB KO VIZ R FTERLEE L,

4) I7—=70O—[CKIPIW<KTREMBZITO TR E WV, FHT IEMCTOFrET A NIL TRV FREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



BHIDA ZPMTH; AF%3RF T {FELHISEE

Ouick & Mini

New generation high feed mill

el

Recommended cutting conditions for "ZPMT-type inserts"

QAMIYIRX KT IALTITSA R, QXPH, QXP type (facemill type)

Foy s TER (mm) Tool dia.
% Wl #4 *ﬁz 40
Work materials F# No. of teeth BN F# No. of teeth 7N
Grades ap apxae n Vs ) ap apXae n %% .
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-) (mm/min)
FRERSA ~100 | ~60 | ~280 | 1,270 920 ~100 ~6.0 | ~280 | 1270 1,070
(S50C, 3558 L5118
FES250HBLLT ~ ~ - -
Ctonsten | |(caos)| 150 5.0 20.0 | 1,140 750 150 5.0 20.0 | 1,140 880
050, 653) 200 | ~40 | ~100 @ 1010 | 610 200 | ~40 | ~100 | 1,010 710
TEif ~100 | ~6.0 | ~28.0 | 1,190 590 ~100 ~60 | ~280 | 1,190 690
(SKD61, SKDLﬂ) Jc5118
& 255HBLLT ~ - - -

“ohse |ucsosoy| 150 5.0 20.0 | 1,070 450 150 5.0 20.0 | 1,070 520
G 200 | ~40 | ~100 | 950 | 320 200 | ~40 | ~100 | 950 370
TUN—R Vil ~100 | ~6.0 | ~28.0 950 570 ~100 ~6.0 | ~28.0 950 660

(HPM?7, PX5, NAK80, P20) 168050
TEx30-43HRC ~ ~ ~ ~
Totse | (1C5118) 150 5.0 20.0 860 460 150 5.0 20.0 860 530
(1.2311, P20)
30-43HRC 200 | ~4.0 | ~10.0 760 360 200 ~40 | ~10.0 760 420
n?af(k%%gg;bﬁﬁ* ~100 | ~6.0 | ~32.0 | 1,190 860 ~100 ~6.0 | ~320 | 1,190 1,000
@ 300HBLI T N N N N
Gmy‘—% Nodularcaitiron Jc5118 150 5.0 240 | 1,070 710 150 5.0 240 | 1,070 820
GG, GGG
Below 300HB 200 | ~40 | ~120 950 570 200 ~40 | ~120 950 670
25V ~100 | ~60 | ~280 | 1,190 590 ~100 ~60 | ~280 | 1,190 690
(SUS304)
fE250HBLLT | JC8050 150 | ~5.0 | ~20.0 | 1,070 450 150 ~50 | ~20.0 | 1,070 520
Stainless steel
Below 250HB 200 | ~40 | ~100 950 320 200 ~40 | ~10.0 950 370

R RHULRE, ap: MABODOYNAHKRE, ae: FEAMDYNAHKRE, n: TEEERE, Vi:k)EE

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

W{ERALDFETEIR
1) LEEDYIRISRAE EMAIES KT D —IBIMEICRU THEBLEEN,

2) CUWHREUSZERF ANAHFREZ LEEHEL ) BELLTLREEVN. HBVFE)EEZ FFTERALEE .

3) BMEBNTEDHEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZ FIFTERLEE L,

4) I7—7O—CKWYPIKTREDEBZTH>TLREE W, FIC IFEMCTOFvET A NI TIFII S FTRRITERLEE W,

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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

4) Use air blow.
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RHIDAZPMTH; A5F3EHRF v T RECIRISFGE

Recommended cutting conditions for "ZPMT-type inserts"
QAMIYIRX KT IALTITSA R, QXPH,  QXP type (facemill type)
T E%#& (mm) Tool dia.

w727 50 50/52 63/66
Work materials iz HEL No. of teeth 7N X#L No. of teeth 8N R#L No. of teeth 8N
Grades —5 ao |apxae| n Vi 2 ao |apxae| n Vi 2 ap |apxae| n Vi
p_ [@pxae p_ |a@pxage p [apxae
mm) | mm) | mm? | min?) |[momin)| @mm) | mm) | mmd) | min) |mm/min| mm) | mm) | (mmd | min) |mm/min)
PRl ~150 | ~6.0 |~35.0| 1,020 | 860 |~150| ~6.0 |~35.0/ 1,020 | 980 |~200| ~6.0 |~42.0| 800 | 770
(S50C, $55C)

FE250HBILT | JC5118 T en el
0BT | Josos)| 200/ ~50|~250 920| 710 | 200 ~50|~250| 920 810 | 250 ~50 ~300 720 | 630

050, 655) 250 | ~4.0 |~120 820 | 570 | 250| ~40 |~120| 820| 650 | 300| ~4.0 ~160 640 | 500

TEH ~150 | ~6.0 |[~35.0f 950 | 670 |~150| ~6.0 |~35.0/ 950 | 760 |~200| ~6.0 |~42.0/ 750 | 600
(SKD61, SKD11) G
fE255HBLLT . ~ A A ~ ~

LDiesteeI (JC8050) 200| ~5.0 |~25.0/ 860 | 540 200 | ~5.0 |~25.0| 860 | 620 250 | ~5.0 |~30.0| 680 | 490

S 950 | ~4.0 |~120/ 760 | 430 | 250| ~40 |~120| 760| 490 | 300| ~40 ~160 600 | 390

TUN—RV8 ~150| ~6.0 |~350 760 | 530 |~150| ~6.0|~35.0| 760 | 610 |~200| ~6.0 ~42.0| 600 | 480
(HPM7, PX5, NAK80, P20)

f#c30-43HRC | JC8050 ~ ~ ~ ~ ~ ~
(—Moldsteel (JC5118) 200| ~5.0 |~25.0/ 680 | 430 200 | ~5.0 |~25.0| 680 | 490 250 | ~5.0 |~30.0| 540 | 390

2811, P20 250| ~40|~120, 610 | 340 | 250 ~40 ~120/ 610| 390 | 300| ~40|~16.0] 480 | 300
. ~150| ~6.0 |~40.0| 950 | 800 |~150| ~6.0|~400| 950 | 910 [~200 ~6.0 |~480 750 | 720

BESI00HBELN | 05118 | 200 | ~5.0 |~3000 860 | 670 | 200| ~5.0 ~300| 860 760 | 250 ~5.0 |~350 680 | 600

Grey & Nodular cast iron
(GG, GGG)

Below 300HB 250 | ~4.0 |[~15.0 760 | 530 250 | ~4.0 |~15.0, 760 | 610 300| ~4.0 |~18.0/ 600 | 480
257U ~150| ~6.0 |[~35.0/ 950 | 670 |~150| ~6.0 |[~35.0/ 950 | 760 |~200| ~6.0 |~42.0/ 750 | 600
(SUS304)

fES250HBLLT | JC8050 [ 200 | ~5.0 |~25.0f 860 | 540 200| ~5.0 |~25.0/ 860 | 620 250| ~5.0 |~30.0/ 680 | 490
Stainless steel

Below 250HB 250 | ~4.0 |~12.0] 760 | 430 250 | ~4.0 |~12.0] 760 | 490 300 | ~4.0 |~16.0| 600 | 390

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

W{ERALDFEREIR
1) LEEDUIHISKEHS . RIS KO —IBIMEICRU TRELIEE L,

2) CUUHREULGER ABAHFREZ LEEMELVBELLTLREEVN. HBNFEDEEZ FFTERLEE .

3) BMEBNTREDZEF. FTVIAHFREIEZLLTLREVRICNB KO VIZ R FTERLEE L,

4) I7—=70O—[CKIPIW<KTREMBZITO TR E WV, FHT IEMCTOFrET A NIL TRV FREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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BEIDAZPMT 100320ZERf; AFE3HRF v T (BUIAHF:ED UIHISR+

1

Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
AMTYI A EIAS=AYE MQAXF + BE—E(EV 15— NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

5 4 5;%; 16/17 20 20/ 21
Work materials Grad FEL No. of teeth 2N XL No. of teeth 3N XL No. of teeth 4N
4eS 2T ap | @ | n Vi | 2 | a | @ | n Vi a0 | a | n Vi
(mm) | (mm) | (mm) | (min) |(mm/min)] (mm) | (mm) | (mm) | (min) [(mm/min)| (mm) | (mm) | (mm) | (min) |(mm/min)
R ~70| 0.4 | ~10|3380 4,060 | ~70 | 0.4 | ~14 | 2,700 | 4,860 | ~70 | 0.4 | ~14 | 2,700 | 6,480
(S50, 3558 L5118
fEX250HBATF ~ ~ ~
S2OHBLIT | JOI8 | 120 03 | ~10 3040 3290 120 | 03 | ~14 2430 |3940| 120 03 | ~14 | 2430 5250
o0, C56). 160 | 0.25 | ~10 | 2,700 | 2,600 | 190 | 0.25 | ~14 | 2,160 |3,110| 190 | 0.25 | ~14 | 2,160 | 4,150
Tam ~70| 0.4 | ~10 3,180 3,820 | ~70 | 0.4 | ~14 | 2,550 | 4,590 | ~70 | 0.4 | ~14 | 2,550 | 6,120
(SKD61, SKD11) Jc5118
@ 255HBIUT - - N
SZEOHBAIT | JOI8 | 120 | 03 | ~10 2860 (3090 | 120 | 03 | ~14 2300 |3720| 120 | 0.3 | ~14 | 2,300 | 4,960
e 160 | 0.25 | ~10 | 2,540 | 2,440 | 190 | 0.25 | ~14 | 2,040 2,040 | 190 | 0.25 | ~14 | 2,040 | 3,920
ot A 70| 0.4 | ~10|3,180|3,820 | ~70 | 0.4 | ~14 | 2,550 | 4,590 | ~70 | 0.4 | ~14 | 2,550 | 6,120
30-36HRC | JC8050 _ _ N
<90 S6HRC | J08020| 120 0.3 | ~10 2860 3090 | 120 | 0.3 | ~14 2300 3720 | 120 | 0.3 | ~14 | 2300 | 4960
h2sit, 20) 160 | 025 | ~10 | 2540 2,440 | 190 | 0.25 | ~14 | 2,040 2,040 | 190 | 025 | ~14 | 2,040 | 3,920
ash S75 Lk ~70| 04 | ~10|2,980 | 4,200 ~70 | 0.4 | ~14 | 2,390 | 5,020 | ~70 | 0.4 | ~14 | 2,390 | 6,690
@E300HBLIT N - -
Greyc_é(&NoduIarcaitiron JO518 | 120 | 0.35 | ~10 | 2,680 | 3,400 | 120 | 0.35 | ~14 | 2,150 | 4,070 | 120 | 0.35 | ~14 | 2,150 | 5430
GG, GGG
e 160 | 0.3 | ~10 | 2,380 | 2,690| 190 | 0.3 | ~14 |1,910|3210| 190 | 0.3 | ~14 | 1,910 | 4,280
2FYLRE ~70| 0.4 | ~10|3380|4,060 | ~70 | 0.4 | ~14 | 2,700 | 4,860 | ~70 | 0.4 | ~14 | 2,700 | 6,480
(SUS304)
FE250HBILT | JC8050 | 120 | 0.3 | ~10 | 3,040 13200 | 120 | 0.3 | ~14 |2,430 3940 | 120 | 03 | ~14 | 2,430 5,250
Stainless steel
Below 250H8 160 | 0.25 | ~10 | 2,700 | 2,600 | 190 | 0.25 | ~14 | 2,160 |3,110| 190 | 0.25 | ~14 | 2,160 | 4,150
~70 | 03 | ~10|1,200| 960|~70 | 0.4 | ~14| 950 1,140|~70 | 0.4 | ~14| 9501520
FOYEE | o518
(rea-an) | 608 | 120 | 0.2 | ~101,200| 960| 120 | 0.3 | ~14 | 950 1,140| 120| 03 | ~14 | 950 1,520
Titanium alloy
160 | 0.15 | ~10 |1,200| 960| 190 | 0.25 | ~14 | 950 |1,140| 190 | 025 | ~14 | 950 1,520
~70 | 03 | ~10| 630 380|~70 04 |~14 | 500| 450|~70| 04 | ~14| 500 600
MASE | 05118
(ncoris) | ;18| 120 | 0.2 | ~10| 630 380| 120 0.3 | ~14| 500| 450| 120 | 0.3 | ~14| 500| 600
Inconel
160 | 0.15 | ~10| 630 380| 190 | 0.25  ~14 | 500 450| 190 | 025 | ~14 | 500| 600
2 IVRINEBHLESR, ap: ARDYNIAHKRS, Qe: ¥ RABDYTNAHES, N : TEMEERE, Vi: EW)ERE

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

W{ERALDEFSEIR

1) EECOVIHISRAHE  ERBIES KO0 —IBIEICIN U THEL ST L,
2) UUWHREUISEF ANARFRS Z LEEBIEXBEUTLREV. B VIFEVREZ T IFTERLEE L,
3) BB AOTEDGEF. FTVIAHFRIE XL TLREE VL RICNB KV VIZTFIFTERLEE L,
4) I7 =7 O— KWWK TREMBZT>OTREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSEE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

4) Use air blow.



// DIJET

BHID A ZPMT 100320ZER#; AEXRF v T (EVhAHS:EDVIRIFRG
Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
QAMTYIZ EIJa15=~ \vE  MQAXH + BBE—®(TY 15— NyRAF—ILBE+>2o7—I\) MaX and MSN type
TE#& (mm) Tool dia.

1 M+ 5;7};; 25 /26
Work materials X#L No. of teeth 4N K%L No. of teeth BN
s = a e n Vi 2 EY o n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
KR ~90 0.4 ~19 | 2160 | 5180 | ~90 0.4 ~19 | 2160 | 6480
(S50C, S55C)
B 2S0HBLIT (jggg;%) 140 0.3 ~19 | 1940 | 4200 140 0.3 ~19 | 1940 | 5250
o0, CE6). 210 | 025 | ~19 | 1730 | 3320 | 210 | 025 | ~19 | 1730 | 47150
T8 ~90 0.4 ~19 | 2040 | 4900 | ~90 0.4 ~19 | 2040 | 6120
(SKD61, SKD11)
E2S5HBIT | JO5TI8 | 4y 0.3 ~19 | 1840 | 3970 140 0.3 ~19 | 1840 | 4960

Die steel (JC8050)
(1.2344,1.2379)

Below 255HB 210 | 025 | ~19 | 1630 | 3140 | 210 | 025 | ~19 | 1,630 | 3920
A ~%0 | 04 ~19 | 2,040 | 4900 | ~90 | 04 ~19 | 2,040 | 6,120
CA0SEHAC | oD 140 | 03 ~19 | 1840 | 3970 | 140 | 03 ~19 | 1840 | 4960

h2sit, P20 210 | 025 | ~19 | 1630 | 3140 | 210 | 025 | ~19 | 1630 | 3920

w3575 ~90 | 04 ~19 | 1910 | 5350 | ~90 | 04 ~19 | 1910 | 5730

BE300HBIAT | yos1 | 140 | 035 | ~19 | 1720 | 4330 140 | 035 | ~19 | 1720 | 4640

Grey & Nodular cast iron
(GG, GGG)

Below 3008 210 | 03 ~19 | 1530 | 3420 210 | 03 ~19 | 1530 | 3,670
25U ~90 | 04 ~19 | 2160 | 5180 | ~9 | 04 ~19 | 2160 | 6,480
EE?_*(_SgSSHOSL{'F JC8050 | 140 | 03 ~19 | 1,940 | 4,200 140 | 03 ~19 | 1940 | 5250
Beow 25015 210 | 025 | ~19 | 1730 | 3320 210 | 025 | ~19 | 1,730 | 4,150
. ~9 | 03 ~19 750 | 1200 | ~% | 03 ~19 750 | 1,500
j}f@ﬁxﬁ) Joeosy| 140 | 02 ~19 75 | 1200 | 140 | 02 ~19 750 | 1,500
e 210 | 015 | ~19 750 | 1,200 210 | 015 | ~19 750 | 1,500
_ ~90 | 03 ~19 400 480 | ~9 | 03 ~19 400 600
s Joeoey| 140 | 02 ~19 400 480 140 | 02 ~19 400 600
e 210 | 015 | ~19 400 480 210 | 015 | ~19 400 600

2 IVRINBHLES, ap: ARIDYNAHKRS, Qe: ¥RABDYTNAHES, N : TEEEERE, Vi: EW)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFEEIR
1) LEEDUIHISAHS . A S KO — IR ICRU TRELIEE L,

2) UUWHREUISEE AR RS Z LEEBIEXLBEUTLREV. 2 VIFEVREZ FIFTERLEE L,

3) BT EDEG S FTYPAHFRSE XL TLREET VL RICNB LV VIZ FFTERLEE L,

4) I7 =7 O— KWWK TREMEBZTO>OTRE W, FHIC IIEMCTOFvETA NI TR FTRUBISERLZE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini

New generation high feed mill

el

BEIDAZPMT 100320ZERf; AFE3HRF v T (BUIAHF:ED UIHISR+

Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
AMTYI A EIAS=AYE MQAXF + BE—E(EV 15— NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

5l 5;7};;’ 30/32/35 32/35
Work materials X#L No. of teeth SN X#L No. of teeth BN
Grades 2 ap e n Vi 2 ap e n Vi
(mm) (mm) (mm) (min*") (mm/min) (mm) (mm) (mm) (min") (mm/min)
P ~100 | 04 ~25 | 1690 | 5070 | ~100 | 04 ~25 | 1690 | 6,080
(S50, 3558 L5118
FEE250HBLTR ~ ~
CEOMST |GCsosey| 180 | 035 25 | 1,690 | 5,070 150 | 0.35 25 | 1,690 | 6,080
o0, C56). 210 | 03 ~25 | 1520 | 4110 210 | 03 ~25 | 1520 | 4930
T2 ~100 | 04 ~25 | 1590 | 4770 | ~100 | 04 ~25 | 1590 | 5,720
(SKD61, SKDLﬂ) Jc5118
R 255HBLLT ~ ~
CEOSHBAT | Jososey| 180 | 035 25 | 1590 | 4,770 150 | 0.35 25 | 1590 | 5720
S 210 | 03 ~25 | 1430 | 33860 210 | 03 ~25 | 1430 | 4640
T 100 | 04 25 | 1590 | 4,770 100 | 04 25 | 1590 | 5720
fE<30-36HRC | JC8050 ~ ~
e | eatg)| 150 | 035 25 | 1590 | 4,770 150 | 0.35 25 | 1590 | 5720
(1.2311, P20)
50.36HRC 210 | 03 ~25 | 1430 | 3,860 210 | 03 ~25 | 1430 | 4,640
n?w(kgﬁgg;bﬁﬁ* ~100 0.4 ~25 1,490 5,220 ~100 0.4 ~25 1,490 6,260
E300HBIL T - -
Gre;—% i JC5118 150 | 035 25 | 1,490 | 5220 150 | 035 25 | 1,490 | 6,260
GG, GGG
Below 300HB 210 | 03 ~25 | 1340 | 4,230 210 | 03 ~25 | 1340 | 5070
;{(; /l;;()ﬁ]ﬂ ~100 | 04 ~25 | 1690 | 5070 | ~100 | 04 ~25 | 1690 | 6,080
SUS304
@250HBLIT |JC8050 | 150 | 0.35 ~25 | 1690 | 5,070 150 | 035 ~25 | 1690 | 6,080
Stainless steel
Below 250HB 210 | 03 ~25 | 1520 | 4,110 210 | 03 ~25 | 1520 | 4,930
~100 | 03 ~25 600 | 1,250 | ~100 | 0.3 ~25 600 | 1,500
FIYEE | o5
(Ti6A-4Y) | ededl 150 | 0.25 ~25 600 | 1,250 150 | 0.2 ~25 600 | 1,500
Titanium alloy
210 | 02 ~25 600 | 1,250 210 | 0.15 ~25 600 | 1,500
~100 | 03 ~25 300 500 | ~100 | 0.3 ~25 300 580
MHASE | 05148
(NCOT18) | icoospy| 150 | 0.25 ~25 300 500 150 | 025 ~25 300 580
Inconel
210 | 02 ~25 300 500 210 | 02 ~25 300 580

2 IVRINEBHLESR, ap: ARDYNIAHKRS, Qe: ¥ RABDYTNAHES, N : TEMEERE, Vi: EW)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEFSEIR

1) EECOVIHISRAHE  ERBIES KO0 —IBIEICIN U THEL ST L,

2) UUWHREUISEF ANARFRS Z LEEBIEXBEUTLREV. B VIFEVREZ T IFTERLEE L,

3) BB AOTEDGEF. FTVIAHFRIE XL TLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7 =7 O— KWWK TREMBZT>OTREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSEE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



// DIJET

BHID A ZPMT 100320ZER#; AEXRF v T (EVhAHS:EDVIRIFRG
Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
QAMTYIZ EIJa15=~ \vE  MQAXH + BBE—®(TY 15— NyRAF—ILBE+>2o7—I\) MaX and MSN type
T E%#& (mm) Tool dia.

w7 2042 0
Work materials X#L No. of teeth BN F#L No. of teeth 7N
bk | a £ n Vi 2 a e n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
"R ~100 | 04 ~32 | 1350 | 4860 | ~100 | 04 ~32 | 1350 | 5670
(S50, 355Lc) 15118
R 250HBLIT _ _
CR0HBLIT | oot 150 | 035 32 | 1350 | 4,860 150 | 0.35 32 | 1350 | 5670
o0, CE6). 210 | 03 ~32 | 1220 | 3940 210 | 03 ~32 | 1220 | 4590
TS ~100 | 04 ~32 | 1270 | 4570 | ~100 | 04 ~32 | 1270 | 5330
(SKD61, SKDLH) 15118
B 256HBLI T ~ ~
SREHBLIT | (ol 150 | 035 32 | 1270 | 4570 150 | 0.35 32 | 1270 | 5330
LRI 210 | 03 ~32 | 1140 | 3700 210 | 03 ~32 | 1140 | 4320
Tk 100 | 04 32 | 1270 | 4570 100 | 04 32 | 1270 | 5330
12x30-36HRC | JC8050 _ ~
IDSEHRC | oot 150 | 0.35 32 | 1270 | 4570 150 | 035 32 | 1270 | 5330
(1.2311, P20)
s agHAC 210 | 03 ~32 | 1140 | 3,700 210 | 03 ~32 | 1140 | 4320
B ~100 | 04 ~32 | 1190 | 5000 | ~100 | 04 ~32 | 1190 | 5830
@ 300HBLIT - -
GreyL% it JC5118 | 150 | 0.35 32 | 1190 | 5,000 150 | 035 32 | 1190 | 5830
GG, GGG
Below 300HB 210 0.3 ~32 1,070 4,050 210 0.3 ~32 1,070 4,720
2528 ~100 | 04 ~32 | 1350 | 4860 | ~100 | 04 ~32 | 1350 | 5670
(SUS304)
BEx250HBLLT | JC8050 | 150 | 035 | ~32 | 1350 | 4,860 150 | 035 | ~32 | 1350 | 5670
Stainless steel
Below 250HB 210 | 03 ~32 | 1220 | 3940 210 | 03 ~32 | 1220 | 4590
~100 | 03 ~32 480 | 1150 | ~100 | 03 ~32 480 | 1,350
FIUEE | o511
(iea-a) |Gl 150 | 025 | ~a2 480 | 1,150 150 | 025 | ~32 480 | 1,350
Titanium alloy
210 | 02 ~32 480 | 1,150 210 | 02 ~32 480 | 1,350
~100 | 03 ~32 250 450 | ~100 | 03 ~32 250 520
MASE | o548
(NCOT8) | iCooay)| 150 | 025 | ~32 250 450 150 | 025 | ~32 250 520
Inconel
210 | 02 ~32 250 450 210 | 02 ~32 250 520

2 IVRINBHLES, ap: ARIDYNAHKRS, Qe: ¥RABDYTNAHES, N : TEEEERE, Vi: EW)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFEEIR
1) LEEDUIHISAHS . A S KO — IR ICRU TRELIEE L,

2) UUWHREUISEE AR RS Z LEEBIEXLBEUTLREV. 2 VIFEVREZ FIFTERLEE L,

3) BT EDEG S FTYPAHFRSE XL TLREET VL RICNB LV VIZ FFTERLEE L,

4) I7 =7 O— KWWK TREMEBZTO>OTRE W, FHIC IIEMCTOFvETA NI TR FTRUBISERLZE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini

New generation high feed mill

el i

BEIDAZPMT 100320ZERf; AFE3HRF v T (BUIAHF:ED UIHISR+

Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
QAMIYIRX KT IALTITSA R, QXPH; QXP type (facemill type)

. TEZ (mm) Tool dia.
3l MJE 40
Work materials Grad X#L No. of teeth BN F#L No. of teeth 7N
LSCES ap Qe n Vi ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min (mm) (mm) (mm) (min-) (mm/min)
- ~100 | 04 ~32 | 1350 | 4860 | ~100 | 04 ~32 | 1350 | 5670
(8500, 9550) 150 | 03 ~32 | 1350 | 4860 150 | 03 ~32 | 1350 | 5670
FES250HBLLT | JC5118
et | ooy 200 | 025 | ~32 | 1220 | 3940 200 | 025 | ~32 | 1220 | 4590
(C50, C55) 250 | 015 | ~32 | 1,080 | 3110 250 | 015 | ~32 | 1,080 | 3630
Below 250HB
e ~100 | 04 ~32 | 1270 | 4570 | ~100 | 04 ~32 | 1270 | 5330
(SKD6T, SKD11) 150 | 03 ~32 | 1270 | 4570 150 | 03 ~32 | 1270 | 5330
K A
i T |JCeosy| 200 | 025 | ~32 | 1,140 | 3700 | 200 | 025 | ~32 | 1140 | 4320
(1.2344,1.2379) 250 | 045 | ~32 | 1020 | 2,920 250 | 045 | ~32 | 1020 | 3410
Below 255HB
U ~100 | 04 ~32 | 1270 | 4570 | ~100 | 04 ~32 | 1270 | 5330
(HPU7. P15, P20) 150 | 03 ~32 | 1270 | 4570 150 | 03 ~32 | 1270 | 5330
o C | a0 | 200 | 025 | ~32 | 1140 | 8700 | 200 | 025 | ~32 | 1140 4320
(12311, P20) 250 | 045 | ~32 | 1.020 | 2,920 250 | 015 | ~32 | 1020 | 3.410
30-36HRC
IR ~100 | 04 ~32 | 1190 | 5000 | ~100 | 04 ~32 | 1190 | 5830
(2. Fon) 150 | 035 | ~32 | 1190 | 5,000 150 | 035 | ~32 | 1190 | 5830
fECT300HBLLTT
e S00BAT | uestis | 200 | 03 ~32 | 1070 | 4,050 200 | 03 ~32 | 1070 | 4720
(GG, GGG) 250 0.2 ~32 950 3,200 250 0.2 ~32 950 3,730
Below 300HB
~ ~100 | 04 ~32 | 1350 | 4860 | ~100 | 04 ~32 | 1350 | 5670
A e 150 | 0.3 ~32 | 1350 | 4,860 150 | 0.3 ~32 | 1350 | 5670
B250HBILT | JC8050 | 200 | 025 | ~32 | 1220 | 3.940 200 | 025 | ~32 | 1220 | 4590
Stainless steel
paiess siee 250 | 045 | ~32 | 1,080 | 3110 250 | 015 | ~32 | 1,080 | 3630
~100 | 03 ~32 480 | 1150 | ~100 | 03 ~32 480 | 1340
e 150 | 02 ~32 480 | 1,150 150 | 02 ~32 480 | 1340
(o) [GoMB]200 | 015 | ~82 | 440 | 1050 | 200 | 015 | ~32 | 440 | 1220
Titanium alloy 250 | 01 ~32 440 | 1,050 250 | 01 ~32 40 | 1220
~100 | 03 ~32 240 430 | ~100 | 03 ~32 240 500
A 150 | 02 ~32 240 430 150 | 02 ~32 240 500
A JC5118
(Nco7ie) | oodeo| 200 | 015 | ~32 200 360 200 | 015 | ~32 200 420
Inconel 250 | 01 ~32 200 360 250 | 01 ~32 200 420

0 RHELRY, ap: MARDEYNAHRE, ge: FEARMOYIAARS, N TEEERE, Vi X)ERE

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

W{EALDFETEIR

1) LEEDYIRISRAE. ERAIES KT D — IR THEBLZE N,

2) CUWHREUSZEF ABAHFREZ LEEHMEL ) BELLTLREEV. HBVNFE)EEZ FFTERALEE .

3) WBINTREDHZER. FTUAHFRSZ R UL TLEET V. RICNB RO VIZTIFTERLIEE L,

4) I7—70—[CKIPIWKTREMBZITOCTLREE WV, FHT IIEMCTOFrET NI TRV FRB(TERLSIEE 0,

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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

4) Use air blow.



// DIJET

BHID A ZPMT 100320ZERH; A%XBRF v T BiAHE:EDVIHISEG
Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
QAMIYIRX KT IALTITSA R, QXPH,  QXP type (facemill type)

F oo TE& (mm) Tool dia.
% Bl 44 MJE 50 50 /52
Work materials Grad X#L No. of teeth 7N K%L No. of teeth 8N
rades 2 ap Ge n Vi 2 ap Ge n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
- ~150 | 04 ~40 | 1080 | 4540 | ~150 | 04 ~40 | 1080 | 5190
ﬁgsoc’éssfx)? s | 20003 ~40 | 1,080 | 4540 200 | 03 ~40 | 1,080 | 5190
250HBL 5
Corioe T |ocsosm| 250 | 025 ~40 970 | 3,680 250 | 025 ~40 970 | 4200
(C50, C55) 300 | 02 ~40 860 | 2,910 300 | 02 ~40 860 | 3,320
Below 250HB
350 | 015 ~40 860 | 2910 350 | 015 ~40 860 | 3320
i ~150 | 04 ~40 | 1020 | 4280 | ~150 | 04 ~40 | 1020 | 4890
(SKDG1, SKDT1) 200 | 03 ~40 | 1,020 | 4280 200 | 03 ~40 | 1,020 | 4890
— N
BT | JCeosy)| 250 | 025 | ~d0 | 920 | 3470 | 250 | 025 | ~40 | 920 | 3,960
(1.2344, 1.2379) 300 | 02 ~40 820 | 2740 300 | 02 ~40 820 | 3130
Below 255HB
350 | 015 ~40 820 | 2740 350 | 015 ~40 820 | 3.130
UK ~150 | 04 ~40 | 1020 | 4280 | ~150 | 04 ~40 | 1020 | 4890
(P, PG, P20) 200 | 03 ~40 | 1,020 | 4280 200 | 03 ~40 | 1,020 | 4890
o C | Jose0 | 250 | 025 | ~40 | 920 | 3470 | 250 | 025 | ~40 | 920 | 3,960
(12311, P20 300 | 02 ~40 820 | 2,740 300 | 02 ~40 820 | 3130
] 350 | 015 ~40 820 | 2740 350 | 015 ~40 820 | 3.130
5 ~150 | 04 ~40 950 | 4660 | ~150 | 04 ~40 950 | 5330
(5. Fon) 200 | 035 ~40 950 | 4,660 200 | 035 ~40 950 | 5330
fEC300HBLLTT
i | 05118 | 250 | 03 ~40 860 | 3.770 250 | 03 ~40 860 | 4320
(GG, Gaa) 300 0.25 ~40 760 2,980 300 0.25 ~40 760 3,410
Below 300HB
350 | 02 ~40 760 | 2,980 350 | 02 ~40 760 | 3.410
N ~150 | 04 ~40 | 1080 | 4540 | ~150 | 04 ~40 | 1080 | 5190
A e 200 | 03 ~40 | 1080 | 4540 200 | 03 ~40 | 1080 | 5190
B250HBLIT | JC8050 | 250 | 0.25 ~40 970 | 3,680 250 | 025 ~40 970 | 4200
Stainless steel
e o 300 | 015 ~40 970 | 3,680 300 | 015 ~40 970 | 4200
350 | 015 ~40 860 | 2,910 350 | 015 ~40 860 | 3,320
~150 | 03 ~40 380 | 1050 | ~150 | 03 ~40 380 | 1220
. 200 | 025 ~40 380 | 1,050 200 | 025 ~40 380 | 1220
(rioa-ay) |Gl 250 | 015 | ~40 350 | 980 250 | 015 | ~40 350 | 1,120
Titanium lloy 300 | 04 ~40 350 980 300 | 04 ~40 350 | 1120
350 | 0.1 ~40 320 890 350 | 0.1 ~40 320 | 1,020
~150 | 03 ~40 190 300 | ~150 | 03 ~40 190 450
R 200 | 025 ~40 190 390 200 | 025 ~40 190 450
(ncorie) | 2088 050 | 015 ~40 160 330 250 | 015 ~40 160 380
(JC8050) : :
Inconel 300 | 04 ~40 160 330 300 | 04 ~40 160 380
350 | 0.1 ~40 130 270 350 | 0.1 ~40 130 310

R RHELRS, ap: MiARDYNAALARE, ge: XREAMDYNAHRE, n: TEEERE, Vi EX)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALEDOXFEEIR
1) LEEDUIRISAS . ERAIIES KO —IBIEICRUTRELIEE L,

2) CUUHREUZEF ABAHFREZ LEEMEL ) BELLTLREEV. HBNFEDEEZ FFTERLEE .

3) BHMEBNTREDZEF. FTVIAHFREIEZLLTLREEVRICNB KU VIZ T FTERLIEE L,

4) I7—=70O— LKW TREMBZITOCTLREE WV, FHT IEMCTOFrET NI TRV FTREB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

el i

BEIDAZPMT 100320ZERf; AFE3HRF v T (BUIAHF:ED UIHISR+

Low cutting depth & high feed conditions for "ZPMT100320ZER-type inserts"
QAMIYIRX KT IALTITSA R, QXPH; QXP type (facemill type)

TER (mm) Tool dia.

w7 63/66
Work materials %L No. of teeth 8N
Grades 2 ap 2e n Vi
(mm) (mm) (mm) (min-Y) (mm/min)
ez ~200 0.4 ~50 860 4,130
(850C, S55C) 250 0.3 ~50 860 4,130

fES250HBLLT | JC5118 -
Carbon stee! (JC8050) 300 0.2 50 770 3,350

(cs0.C0) 350 | 02 ~50 770 | 3,350
eow 400 | 015 ~50 640 2,640
e ~200 | 04 ~50 810 | 3,890
(SKD61, SKD11) 250 0.3 ~50 810 3,890

fE255HBLLT | JC5118
oo |(csoso)| 900 | 025 | ~50 | 730 | 3,150

(1328?:\3,21%3'_'789) 350 0.2 ~50 730 3,150
400 | 015 | ~50 650 | 2,490

‘ ~200 | 04 ~50 810 | 3,890
e 250 | 03 ~50 | 810 | 3890
®&30-36HRC | J08050 | 300 | 025 | ~50 730 | 3,150
Aosiee s (VBT 550 | 02 ~50 730 | 3,150
30-36HRC 400 | 015 | ~50 650 | 2,490
L ~200 | 04 ~50 760 | 4,260
(FC, FCD) 250 | 035 | ~50 760 | 4,260
gﬁﬁiﬂdﬂgaﬁ; Jstis | 300 | 03 ~50 680 3,450
(GG, GGG) 350 | 025 | ~50 680 | 3,450
elow 300 400 | 02 ~50 | 610 | 2730
~200 | 04 ~50 860 | 4,130

A e 250 | 03 ~50 860 | 4,130
250HBLLT 08050 [ 300 | 025 | ~50 770 | 3,350
e e 350 | 02 ~50 | 770 | 3350
400 | 015 | ~50 640 | 2,640

~200 | 03 ~50 300 960

EYSIN 250 | 025 | ~50 300 960
(riea-an) |G 300 | 02 ~50 | 280 900
Titanium alloy 350 | 015 ~50 280 900
400 | 01 ~50 250 800

~200 | 03 ~50 150 350

R 250 | 025 | ~50 150 350
(Ncorie) | oot 300 | 02 ~50 130 310
Inconel 350 | 015 | ~50 130 310
400 | 01 ~50 100 240

R RHELRE, ap: MiARDYNAALRE, ge: XREAMDYNAHRE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRAE. ERAIES KT D — IR THEBLZE N,

2) CUWHREUSZEF ABAHFREZ LEEHMEL ) BELLTLREEV. HBVNFE)EEZ FFTERALEE .

3) WBINTREDHZER. FTUAHFRSZ R UL TLEET V. RICNB RO VIZTIFTERLIEE L,

4) I7—70—[CKIPIWKTREMBZITOCTLREE WV, FHT IIEMCTOFrET NI TRV FRB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



7 ILSRHID A ZPMT-NL#Z A5E3RFy T REIRISRG

Recommended cutting conditions for "ZPMT-NL-type inserts"
AMT YOI A EIaAS=AYE MQAXF + BE—B(EY 15— NvRBA—)VEBEv+>2o77—/\) MQX and MSN type

// DIJET

TE& (mm) Tool dia.

wu s | TV 16 /17 20 20/ 21
Work materials ZE R No. of teeth 2N X#L No. of teeth 3N X% No. of teeth 4N
Grades g dp |@pxae| I Vi 4 ap |@pxae| I f g ap |apxae| I f
(mm) | (mm) | (mm? | (min”) |(mm/min)] (mm) (mm) | (mm?) | (min) |(mm/min){ (mm) (mm) | (mm?) | (min”) |(mm/min)
~80 | ~5.0 |~32.0{12,000| 3,600 [ ~100| ~5.0 |~40.0| 9,600 | 4,320 | ~100| ~5.0 |~40.0| 9,600 | 5,760
PIVEZOLEE
*50-
BEES0-TIOHB | FZ15 1 450 | 35| ~8.0/ 9,0001,800| 150| ~3.5 |~10.0]7,200|2,160| 150| ~3.5 |~10.0| 7,200 | 2,880
Aluminum alloy | (NL#¥)
50-110HB
160 | ~2.0 | ~4.0{ 6,000( 1,200 190| ~2.0| ~5.0/4,800| 1,440 190| ~2.0 | ~5.0{ 4,800 | 1,920
TE& (mm) Tool dia.
wu s | TV 25/26 30/32/35
Work materials | M7 % No. of teeth 4N H%L No. of teeth BN % No. of teeth 5N
Grades [ 2 ap |apxae| n Vi | @ ap |apxae| I T | @ ap |apxae| I Vi
(mm) | (mm) | (mm?) | (min?) [((mm/min)] (mm) | (mm) | (mm? | (min7) {(mm/min)| (mm) | (mm) | (mm? | (min) |(mm/min)
~120| ~5.0 |~50.0| 7,650 | 4,590 [ ~120 | ~5.0 |~50.0| 7,650 | 5,740 | ~160 | ~5.0 |~64.0| 6,000 | 4,500
PIWEZOLEE
fE<50-110HB FZ15
Auminumalloy | (NLFE) 190 | ~3.5 |~12.5| 5,750 | 2,300 190| ~3.5|~12.5|5,750 | 2,880 | 240| ~3.5 |~16.0| 4,500 | 2,250
50-110HB
235| ~2.0 | ~6.2| 3,850 | 1,540 | 235|~2.0| ~6.2|3,850| 1,920 290| ~2.0 | ~8.0| 3,000 | 1,500
TE&R (mm) Tool dia.
wul s | TV 32/35 40/42 40
Work materials g F#L No. of teeth BN F# No. of teeth BN F# No. of teeth 7N
Grades [ 2 ap |apx@e| I Vi | 2 ap |dpx@s| N Vi | 2 ap |dpx@| n Vi
(mm) | (mm) | (mm? | (min”) |(mm/min)] (mm) (mm) | (mm?) | (min?) |(mm/min){ (mm) (mm) | (mm? | (min”) |(mm/min)
~160 | ~5.0 |~64.0| 6,000 | 5,400 | ~160 | ~5.0 |~80.0| 4,800 | 4,320 [ ~160 | ~5.0 |~80.0| 4,800 | 5,040
ZIVEZOLEE
fE50-110HB FZ15
Auminumalloy | (NLFE) 240 | ~3.5 |[~16.0| 4,500 | 2,700 | 240 | ~3.5 |~20.0| 3,600 | 2,160 | 240 | ~3.5 |~20.0| 3,600 | 2,520
50-110HB
290| ~2.0 | ~8.0/ 3,000 1,800 290|~2.0|~10.0/2,400|1,440| 290| ~2.0 ~10.0| 2,400 1,680

R RHEULRZE, ap: MiARDYHAKRE,

W{ERALDFEREIR

3e: BARDYNAHKRE, n: TERENRE, Vi Xk)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

1) LSRRI RIS KO —IBIEICRUTRELIEE L,
2) CUUHREUGEF ABAHFREZ LEEMEL ) BELLTLREEV. HBVNIFEDEEZ FFTERALEE .
3) BMEBNTREDZEE. FTVNAHFREIEZLTLREVRICNB KU VIZ FFTERLEE L,
4) I7—=70O—[CKIPIW<KTREMEZITO TR E WV, FHT IEMCTOFrET NI TRV FTUEB(TERLSIZE 0,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



7 ILSRHID A ZPMT-NL#Z A5E3SRFy T REVIRISRG

Ouick & Mini

Recommended cutting conditions for "ZPMT-NL-type inserts"
QAMIYIRX R IALTITSA R QXPH;  QXP type (facemill type)

New generation high feed mill

TE& (mm) Tool dia.

wmEs |27 40 50
Work materials g H# No. of teeth BN T# No. of teeth 7N HE No. of teeth 7N
Grades g ap |@pxae| I Vi 4 ap |@pxae| I f e ap |8px@e| I Vi
(mm) | (mm) | (mm? | (min?) |(mm/min)] (mm) (mm) | (mm?) | (min) |(mm/min){ (mm) (mm) | (mm?) | (min”) |(mm/min)
~150| ~5.0 |~80.0| 4,800 | 4,320 [ ~150 | ~5.0 |~80.0| 4,800 | 5,040 | ~200 | ~5.0 |~100.0| 3,820 | 4,010
FPIL=EZOLEE
50-
BE50-M0HB | FZ15 1 950 | 35 |~20.0] 3,600 | 2,160 | 200 ~3.5 |~20.0| 3,600 | 2,520 | 250 | ~3.5 |~25.0| 2,870 | 2,010
Aluminum alloy | (NL#¥)
50-110HB
250 | ~2.0 |~10.0| 2,400 | 1,440 250| ~2.0 |~10.0/ 2,400 | 1,680 | 300| ~2.0 |~12.5/1,910 | 1,340
TE& (mm) Tool dia.
wu s | TV 50 /52 63 /66
Work materials | M %L No. of teeth 8N X No. of teeth 8N
Grades [ 2 ap |apxae| r Vi 4 ap |apxae| I Vi
(mm) | (mm) | (mm?) | (min?) [((mm/min)] (mm) | (mm) | (mm? | (min7) |(mm/min)
~200| ~5.0 |~100.0| 3,820 | 4,580 | ~300 | ~5.0 |~120.0| 3,050 | 3,660
ZIV=E=OLES
f#<x50-110HB FZ15
Auminum alloy | (NLFE) 250 | ~3.5 |~25.0/ 2,870 | 2,300 | 350 | ~3.5 |~32.0| 2,280 | 1,820
50-110HB
300 ~2.0 |~12.5/1,910 | 1,530 | 400 | ~2.0 |~16.0| 1,520 | 1,220

R RHLRSY, ap: MABODYIAHRE, ae: BARDYHAHRE,

W{ERA LDFEEEIR

n: TEOERE, Vi X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

1) EECOVIHISRAIE MBS KO0 — I BIEICIN O THELEE L,
2) UUWHRELUIBEF ANAHFS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,
3) WRENABDBE(E FTUHAHFRIZELULTLKREE WV RICNB KU VIZTIFTERLIEE L,
4) I7 =7 0O— XYW TREMBZTO>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



A/ oroET
{lE{t EIF A ZPMTx-PLR A%X\RF YT RERISFRG
Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)

AMIYI A EIAS5=AYE " MAXH + BBE—E(TY15—NvyREBF—IVEBEY+>2o7—/\) MOX and MSN type
TE& (mm) Tool dia.

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

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

(C50, C55)

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

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

( Die steel ) (JC8015)
12844, 12379 160 | <2.5|<0.10/ 3,600 | 1,080 | 190| <25 |<0.10/ 2,880 | 1,300 | 190 <2.5 |<0.10 2,880 | 1,730
TUN\— R4 ~80 | =5.0 |<0.20| 6,000 | 3,000 | ~100| <5.0 |<0.20] 4,800 | 3,600 | ~100 <5.0 |<0.20| 4,800 | 4,800

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

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

el 160 | <2.0 |<0.10[3,000| 900| 190 <2.0<0.102,400 |1,080| 190| <2.0|<0.10 2,400 | 1,440
B ~80 | <35]<0.20] 4,200 1,680 [~100] =35 |<0.20] 3,350 | 2,010 | ~100] =35 <0.20] 3,350 | 2,680
IR a0 e HC | Josore| 120 | =2.5/<0.15/3360 1,080| 150| <25 |<0.15/2,680 | 1,290 | 150) =<2.5|<0.15| 2,680 | 1,720

Hardened die steel

i N I I I I A S T R IR

BEANSR ~ < ~ < ~
(kD11 SLD. DC11) 80 | =2.5|<0.15| 3,600 | 1,080 [~100| =2.5 | <0.15| 2,900 | 1,310 | ~100| =2.5|<0.15| 2,900 | 1,740
=2.0/<0.12| 2,320 | 1,110

IA

fEx55-62HRC
fpcooBetiiC | oHio2 | 120 | <2.0|<0.12/2,880 | 690| 150 <2.0 |<0.12/2,320| 840 | 150

(1.2344, 1.2379)

55-62HRC 160 | - - = — 190| - - - — 190| - - - -
av 55 ~80 | 5.0 <0.20| 5,600 | 2,080 | ~100| <5.0|<0.20| 4,500 | 4,050 | ~100| =5.0 |<0.20| 4,500 | 5,400
B SOOHBHT | oy | 120 | =3.0]<0.15/ 4,480 1,250 | 150| 3.0 |<C0.15/ 3,600 | 2590 | 150| =<3.0 | <0.15 3,600 | 3,460
B S0 160 | <2.5|<0.10 3,360 | 750| 190| <2.5/<0.10/2,700 1,460| 190 <2.5/<0.10| 2,700 | 1,940
252U AH ~80 | 5.0|<0.20] 6,000 | 3,000 [~100] =5.0 [<0.20] 4,800 | 3,600 [ ~100] <5.0 |<0.20] 4,800 | 4,800

ﬁﬁgﬁﬁjﬁ%ﬁ? uiom| 120 | =3.0]<0.154,800| 1,920 | 150| 3.0 |<0.15/ 3,840 | 2,300 | 150| =3.0|<0.15/3,840 | 3,070
Below 250HB 160 | <2.5 <010/ 3,600 1,080 | 190| =2.5|<0.10[2,880 | 1,300 | 190] =2.5|<0.10| 2,880 | 1,730
st | o || 550]<020] 1800 00| ~100] 50]<020] 1450 1,090 | ~100] <50 |<020] 1.450 | 1450
(rieaay) | on | 120 | <3.0(<0.15/ 1440 | 580| 150 =<3.0|<0.5 1160  700| 150 <3.0 <0.15 1160 930
Henm s 160 | <25|<0.101,080| 320| 190 =25 |<0.10] 870| 390| 1%0| <25 <0f0 870 520

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

W{ERA LDFEFREIR
1) LSRRI BRI S KO T — IR U TRELIEE L,

2) CUUHREULIZER ABAHFREZ LEEHMELVBELLTLRZEV. HBVNFEVEEZ FFTERLEE L.

3) BMEBNTEDZEF. FTVIAHFREIEZLTLREEV RICNB KV VIZ T IFTERLEE L,

4) I7—70— LXK TREMEZTH>OTREE W, FIC IEMCTOFvET AN TIFII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

e,

RIEE LY H ZPMT*-PLA; I5E3RF T (FHEVIHISA

Recommended cutting conditions for "ZPMT:k-PL-type inserts" (For side finishing)
QAMTYI A EIaAT—AYF " MAXH + BE—B(EY15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TE®Z (mm) Tool dia.

wmEs | T2 25/26
Work materials g FEL No. of teeth 4N FE No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae / f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AT ~120 | =50 | <020 | 4100 | 4920 | ~120 | =50 | <020 | 4100 | 6,150
&250HBL CX75
EE%(%ES”CS;%"H e 190 | =30 | <045 | 3300 | 3170 190 | =30 | <015 3300 | 3,960
Beiow 250118 235 | =25 | <010 | 2500 | 1,800 235 | <25 | <010 | 2,500 | 2,250
TE4f ~ < A <
aily o P e e e e T
(12944 1 937g) |OB019) — : ’ : — : ’ ’
ERANAT 235 | =25 | <010 | 2290 | 1,370 235 | <25 | <010 | 2290 | 1,720
TYN\— RS ~ < ~ <
Bl o T D e o
Mold steel (DH102) =°- : ’ ’ =°- : ’ ’
(12311, F20) 035 | <25 | <010 | 2200 | 1370 035 | <25 | <010 | 2290 | 1720
‘%Eéé;@;@;%’ " ~120 §4.0 <020 | 3200 | 3200 | ~120 §4.0 <020 | 3200 | 4,000
iy ucants) 190 | =25 | <0415 | 2,560 | 2,050 190 | <25 | <015 | 2560 | 2,560
SoASHRe 235 | =20 | <010 | 1920 | 1,150 235 | =20 | <010 | 1,920 | 1440
BEANS ~ < ~ <
e L
e 1 sayey | 1C801S) — ' : : — : : :
42-52HRC 235 - - - - 235 - - - -
BN ~ < ~ =
i e e e e e e e
% 1 5379 — : : — : : :
55-62HRC 235 - - - - 235 - - - -
BTy So5 L . ~120 | =50 | <020 | 3570 | 4280 | ~120 | =50 | <020 | 3570 | 5350
*300HBL
ET%GNgd“gggﬁmTﬂ (Dhioy)| 190 | =80 | <0145 | 2860 | 2750 190 | =30 | <045 | 2,860 | 3430
Below 30048 235 | <25 | <040 | 2140 | 1,540 235 | <25 | <010 & 2140 | 1,930
eI ~120 | =50 | <020 | 3820 | 380 | ~120 | =50 | <020 | 3820 | 4780
@g:%%i?:stg? omomy| 190 | =30 | <045 | 3060 | 2450 | 190 | =30 | <015 | 3060 | 3,060
Below 250HB 235 | =25 | <010 | 2290 | 1,370 235 | =25 | <010 | 2290 | 1,720
~120 | =50 | <020 | 1,150 | 1,150 | ~120 | =50 | <020 | 1,150 | 1,440
e | 28018 T T <os 920 740 190 | =30 | <0.15 920 920
o (DH102) =4 . =4 .
Tamum oy 235 | <25 | <010 | 690 420 035 | <25 | <010 690 520

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

W{ERALOFEREIR

1) LEEDYIRIRME ERAIES KD —IBIMEICRU THERBLZE N,

2) CUWHREUSZERF AHAHFREZ MBS BELLTLREEV. HBVNFEIEEZ T IFTERALEE L,

3) BMBNTEDHEF. FTVNAHFREIEZLTLREEV RICNB KU VIZTIFTERLEE L,

4) I7—7O— LKW TREMEBZTH>TLEE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



/ADIJET@
it LR ZPMT:+-PLR; IF3EIRTF v T REVIHISH
Recommended cutting conditions for "ZPMT *-PL-type inserts" (For side finishing)

AMITYI R EIAS5—=AYE " MQAXHH + BBE—E (V15— NvyRAZ—)VEBEY+>27—I\) MaX and MSN type
TE#% (mm) Tool dia.

wul s | TvT 30/32/35 32/35
Work materials ZE: F# No. of teeth BN F#EL No. of teeth BN
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
G ~160 | =50 | <020 | 3200 | 4800 | ~160 | =50 | <020 | 3200 | 5760
BE250HBLIT| CX75
“c(arbon s [ucaois 240 | <30 | <015 | 2560 | 3,070 240 | <30 | <015 | 2,560 | 3,690
B0, Do) 200 | <25 | <010 | 1920 | 1,730 200 | <25 | <010 | 1920 | 2070
TEH ~ < ~ <
ot | 160 | <50 | <020 | 3000 | 3750 160 | <50 | <020 | 3,000 | 4,500
(LDiesteeI " ucadrs 240 | =30 | <015 | 2400 | 2,400 240 | =30 | <015 | 2400 | 2,880
1.2344, 12979 200 | =25 | <010 | 15800 | 1,350 200 | =25 | <010 | 1,800 | 1,620
TUN\N—RE ~ < ~ <
e 160 | <50 | <020 | 3000 | 3750 160 | <50 | <020 | 3,000 | 4,500
(“Moki S (w102 240 | <30 | <015 | 2400 | 2,400 240 | <30 | <015 | 2400 | 2,880
1.2311, Fe0 200 | <25 | <010 | 1800 | 1,350 200 | <25 | <010 | 1,800 | 1,620
TUI\— R4 ~ < o <
s 160 | <40 | <020 | 2,500 | 3,120 160 | <40 | <020 | 2500 | 3,750
(LMoId S oot 240 | <25 | <015 | 2000 | 2,000 240 | <25 | <015 | 2,000 | 2400
[ e 290 | <20 | <010 | 1,500 | 1,130 200 | <20 | <010 | 1500 | 1,350
AN ~ = ~ =
B b o 160 | <35 | <020 | 2100 | 2,100 160 | =35 | <020 | 2100 | 2,520
72‘%%54‘3& i Sl ucants 240 | <25 | <015 | 1680 | 1,340 240 | =25 | <015 | 1680 | 1,610
"42-52HRC 290 - - - - 290 - - - -
BANSE ~160 | <25 | <015 | 1,800 | 1350 | ~160 | <25 | <015 | 1,800 | 1620

(SKD11, SLD, DG11)

fEEc55-62HRC
Hardened die steel | DH102 240 =20 <0.12 1,440 870 240

(1.2344, 1.2379)

=20 <0.12 1,440 1040

55-62HRC 290 - - - - 290 - - - -
o ey T ~160 | <50 | <020 | 2,800 | 4200 | ~160 | <50 | <020 | 2,800 | 5,040
e 300HBILT | JCBO15
Gre;% sbrasim | OA1D2 240 | <30 | <015 | 2240 | 2,690 240 | <30 | <015 | 2240 | 3230
peao, 463) 200 | <25 | <010 | 1680 | 1510 200 | <25 | <010 | 1680 | 1810
25 VL2 ~160 | <50 | <020 | 3000 | 3750 | ~160 | <50 | <020 | 3000 | 4500
(SUS304) JC8015
B25OHBLIT (i) | 240 | <30 | <015 | 2400 | 2400 240 | =30 | <015 | 2400 | 2880
tainless stee
Below 250HB 200 | <25 | <010 | 1800 | 1,350 200 | =25 | <010 | 1800 | 1620
R ~160 | <50 | <020 900 | 1130 | ~160 | =50 | <020 900 | 1,350
FIYEE | og015 > >
(meaay) |05 240 | <30 | <0.15 720 720 240 | <30 | <015 720 860
Titanium allo
e ey 200 | <25 | <040 | 540 410 200 | <25 | <010 | 540 490

2 RELREZ, ap: MIAROYHAHKRE, Ge: FEAEDEHAHRE, n: TERERE, Vi FX)RERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFREIR
1) LEEDUIHISAS . RIS KO T —IBIEICRUTRELIEE L,

2) CUOUHRELIGER AHAHFRSZ LEEHMELVBELLTLREV. HBVFE)REZ N FTERES L.

3) BT EDEEE. FTVPAHFREIEZLTLREEV RICNB KV VIZ FIFTERLEE L,

4) I7—=70— LKW TREDEZT>OTRE W, FIC IIEMCTOFvETA NI TIRIIWS FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

e

RIEE LY H ZPMT*-PLA; I5E3RF T (FHEVIHISA

Recommended cutting conditions for "ZPMT:k-PL-type inserts" (For side finishing)
QAMTYI A EIaT—A\YF MAXH + BBE—RB(EY15—NvyRRAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TER (mm) Tool dia.

wu s | TV 40/42 40
Work materials 2L H#L No. of teeth BN RE No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae / Vi
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
(Sslg—%%éi@sc) N ~160 <50 | <020 | 2550 4590 | ~160 <50 | <020 | 2550 5,350
c250HBL 75
@‘%fg’gnggg?'n UChots)| 240 | =30 | <015 | 2040 | 2940 240 | =30 | <015 | 2040 | 3430
Below 250HB 290 =25 <0.10 1,530 1,650 290 =25 <0.10 1,530 1,930
TE8 ~ < A <
i o [ o Lo e e o o feom Lo o
(10000 3u7) |VCEO1S) — : ’ : — : ! ’
Belowy DEShi 200 | <25 | <010 | 1440 | 1,300 200 | <25 | <010 | 1440 | 1510
TUJ)\— RS ~ < ~ <
R
ey | 02 — : ’ ’ = : ’ !
40-361RG 200 | =25 | <010 | 1,440 | 1,300 200 | <25 | <010 | 1440 | 1510
@éé;@“?;%’ " ~160 §4.0 <020 | 2000 | 3000 | ~160 §4.0 <020 | 2000 | 3500
i s s 240 | <25 | <015 | 1,600 | 1,920 240 | <25 | <015 | 1,600 | 2,240
o 43RG 200 | <20 | <010 | 1200 | 1,080 200 | <20 | <010 | 1200 | 1,260
FREANS ~ < ~ <
il oo on i e o Ton D
ey 1 e |(c8019) — : ’ ’ — : ’ !
42-52HRC 290 - - - - 290 - - - -
ehiel, el o e [ e o T e T
o 1 5570) — : : — : :
55-62HRC 290 - - - = 290 = = = -
B3y 505 . ~160 | =50 | <020 | 2230 | 4010 | ~160 | =50 | <020 & 2230 | 4,680
*300HBL
Ei?%é‘éd%aégiﬁg (Dhtoo)| 240 | =80 | <015 | 1,780 | 2560 240 | =30 | <0415 | 1,780 | 2990
Below 300HB 200 | =25 | <010 | 1,340 | 1,450 200 | <25 | <010 | 1,340 | 1,690
257U ~160 | <50 | <020 | 2400 | 3600 | ~160 | <50 | <020 | 2400 | 4200
@gi%i?:%y omom| 240 | =30 | <045 | 1,920 | 2300 | 240 | =30 | <015 | 1920 | 2,690
Below 250HB 200 | <25 | <010 | 1440 | 1,300 200 | <25 | <010 | 1440 | 1510
~160 | =50 | <0.20 720 | 1,080 | ~160 | =50 | <0.20 720 | 1,260
e | 28018 T a0 | <os 580 700 240 | =30 | <015 580 810
A (DH102) = : = :
amum oy 290 | =25 | <010 | 430 390 200 | =25 | <010 | 430 450

2 RELRE, ap: BIARDYNAHRE, Ge: $EABMDYLAHRE, N: TEEEGRE, Vi:FX)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEEEIR

1) LEEDYIHISRAE ERANES KD —IBIEICRU THERBLIZE W,

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

3) ERENARRDHEE FTVPAHF RS ZZLTLEEVRICNB LV VIZTIFTERLIEE L,

4) I7—7O—ICKWPIKTRREMBZTOTEE W BT IFEMCTOF v ET A NI TIFII<S FTRBITERLSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



// DIJET

IEE LY H ZPMT*-PLA; J5E3RF T (FHEVIHISA

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

T B (mm) Tool dia.
w727 40
Work materials | %2 X% No. of teeth BN X# No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap ae , f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | <50 | <020 | 2,550 | 4590 | ~150 | <50 | <020 | 2,550 | 5,350
(550, 5550) 200 | =30 | <015 | 2040 | 2,940 200 | =30 | <015 | 2040 | 3,430
o st | yosrog | 250 | =25 | <010 | 1,580 | 1650 250 | =25 | <010 | 1530 | 1,930
(C50, C55) 30 | =25 | <010 | 1530 | 1,650 300 | <25 | <010 | 1,530 | 1,930
Below 250HB 350 _ _ _ _ 350 _ _ _ _
TEm ~150 | =50 | <020 | 2,400 | 3600 | ~150 | =50 | <020 | 2,400 | 4,200
(SKDB1, SKD11) 200 | =30 | <015 | 1920 | 2,300 200 | =30 | <015 | 1920 | 2,690
e | onoosy| 250 | <25 | <010 | 1,440 | 1,300 250 | =25 | <0.10 | 1440 | 1510
(1.2344, 1.2379) 300 | <25 | <010 | 1,440 | 1,300 300 | <25 | <010 | 1,440 | 1,510
Below 255HB 350 _ _ _ _ 350 _ _ _ _
U — kg ~150 | =50 | <020 | 2,400 | 3600 | ~150 | =50 | <020 | 2,400 | 4,200
(HPM7, PX5, P20) 200 | =30 | <015 | 1,920 | 2,300 200 | =30 | <015 | 1,920 | 2,690
S 0HRC | by | 250 | =25 | <040 | 1440 | 1,300 250 | =25 | <010 | 1440 | 1510
(1.2311, P20) 300 | =25 | <010 | 1440 | 1,300 300 | =25 | <010 | 1440 | 1510
30-36HRC 350 _ _ _ _ 350 _ _ _ _
JUN— kv ~150 | <40 | <020 | 2,000 | 3000 | ~150 | =40 | <020 | 2,000 | 3,500
(iaksg wewr pon)| [ 200 [ <25 | <045 [ 1600 | 1920 200 | =25 | <015 | 1,600 | 2,240
B s | Joaoie)|__250 | =20 | <040 | 1,200 | 1,080 250 | <20 | <010 | 1,200 | 1,260
(12311, P21) 300 | =20 | <010 | 1,200 | 1,080 300 | =20 | <010 | 1,200 | 1,260
38-43HRC 350 _ _ _ _ 350 _ _ _ _
AN ~150 | =385 | <020 | 1,670 | 2,000 | ~150 | =385 | <020 | 1,670 | 2,340
(SKDGT, DAC DHA) o | 200 [ <25 [ <015 [ 1340 [ 1290 200 | =25 | <015 | 1340 | 1,500
Hardened die stee! |(JC80ts)| 290 | =15 | <040 | 1,000 720 250 | =15 | <0.0 | 1,000 840
(1.2344, 1.2379) 300 - - - - 300 - - - -
42-52HRC 350 _ _ _ _ 350 _ _ _ _
e ~150 | <25 | <015 | 1,430 | 1,290 | ~150 | <25 | <045 | 1,430 | 1,500
(SK0iT LD, bor) 200 | <20 | <012 | 1,140 820 200 | <20 | <012 | 1,140 960
CooB2HAC | phio2 | 250 | =<1.0 | <0.10 860 460 250 | =10 | <0.10 860 540
(1.2344, 1.2379) 300 - - - - 300 - - - -
55-62HRC 350 _ _ _ _ 350 _ _ _ _
BRAAU I T0 S50 <ous | rra0 | 2s0 | 200 | S50 <ous | rra0 | s
B o | ibiros) | 250 | =25 | <040 | 1340 | 1450 250 | =25 | <010 | 1340 | 1,690
, 30 | =25 | <010 | 1340 | 1450 30 | =25 | <010 | 1340 | 1,690
Below 300HB 350 _ _ _ _ 350 _ _ _ _
I ~150 | <50 | <020 | 2,400 | 3600 | ~150 | =50 | <020 | 2,400 | 4,200
(505300 | Jagrs | 200 | =80 | <045 | 1920 | 2,300 200 | =30 | <015 | 1,920 | 2,690
BE250HBLIT | o[ 250 [ =25 | <010 | 1,440 | 1300 250 | =25 | <010 | 1,440 | 1510
] 300 | =25 | <010 | 1.440 | 1,300 300 | =25 | <010 | 1440 | 1,510
350 - - - - 350 - - - -
~150 | <50 | <0.20 720 | 1,080 | ~150 | <50 | <0.20 720 | 1,260
F5UER | ogos | 200 | =30 | <0.15 580 700 200 | =30 | <0.15 580 810
(T6A4Y) | (i | 250 | =25 | <0.10 430 390 250 | =25 | <0.10 430 450
Titanium alloy 300 | =25 | <0.10 430 390 30 | =25 | <0.10 430 450
350 - - - - 350 - - - -

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

WER LOFEEIR
1) LEEDLIHISAS . RRAIMES KO — IR U TRELIZE L,

2) UUWHREUISEE AR RS Z LEEBIEL B EUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHEINARDBE(E FTUAHFREZELUTLKEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— &P TREMEZTH>OTRE W HIC IIEMCTOFvETA NI TRV FTRUBISEELSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini
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flEf{t IR ZPMT:x-PLAZ AFE3EIRF v T REVIHIS

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

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

Work materials Mg R No. of teeth 7N F#L No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe / £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
- ~150 | =50 | <020 | 2230 | 4680 | ~150 | =50 | <020 | 2230 | 5350
(80C Se50) | 200 | =50 | <020 | 2230 | 4,680 200 | <50 | <020 | 2230 | 5350
o ™ | iChote)| 250 | =30 | <045 | 1,780 | 2,990 250 | =30 | <0145 | 1780 | 3,420
(C50, C55) 300 | <30 | <015 | 1,780 | 2,990 300 | <30 | <015 | 1,780 | 3,420
Below 250HB 350 | <25 | <040 | 1,340 | 1,690 350 | <25 | <040 | 1,340 | 1,930
TEm ~150 | =50 | <020 | 1,910 | 3340 | ~150 | =50 | <020 | 1910 | 3,820
(SKDB1. SKD11) 200 | <50 | <020 | 1910 | 3340 200 | <50 | <020 | 1910 | 3,820
B BOOHBIT | G| 250 | =80 | <045 | 1530 | 2140 | 250 | =30 | <015 | 1530 | 2450
(1.2344, 1.2379) 300 | <30 | <015 | 1530 | 2,140 300 | <30 | <015 | 1530 | 2450
e 350 | <25 | <010 | 1,150 | 1,210 350 | <25 | <010 | 1,150 | 1,380
S UN— RV ~150 | <50 | <020 | 1,910 | 32340 | ~150 | <50 | <020 | 1,910 | 3,820
(HPM7, PX5, P20) 200 | =50 | <020 | 1910 | 3,340 200 | <50 | <020 | 1910 | 3,820
B30 3BHRC | D | 250 | =30 | <015 | 1530 | 2,140 250 | =30 | <015 | 1530 | 2450
(1.2311, P20) 300 | <30 | <015 | 1530 | 2,140 300 | =30 | <015 | 1530 | 2450
80-36HRC 350 | <25 | <010 | 1,150 | 1210 350 | <25 | <010 | 1,150 | 1,380
S UN— RV ~150 | <40 | <020 | 1,600 | 2,800 | ~150 | <40 | <020 | 1,600 | 3,00
CNTNC] . 200 | <40 | <020 | 1,600 | 2,800 200 | <40 | <020 | 1,600 | 3,200
B s | (Joa0ie)|__250 | =25 | <045 | 1,280 | 1,790 250 | =25 | <045 | 1,280 | 2,050
(1.2311, P21) 300 | <25 | <015 | 1,280 | 1,790 300 | <25 | <015 | 1,280 | 2,050
2 4D 350 | =20 | <0.10 960 | 1,010 350 | =20 | <0.10 960 | 1,150
5 ~150 | =30 | <020 | 1340 | 1,880 | ~150 | =<3.0 | <020 | 1340 | 2,140
(SKDBT DAC, DHA) 200 | =30 | <020 | 1,340 | 1,880 200 | =30 | <020 | 1,340 | 2,140
e i | Maote| 250 | =25 | <015 | 1070 | 1.200 250 | <25 | <0.5 | 1,070 | 1,370
(1.2344, 1.2379) 300 | <25 | <015 | 1,070 | 1,200 300 | <25 | <015 | 1,070 | 1370
42-52HRC 350 | =15 | <0.10 800 670 350 | =15 | <0.10 800 770
P ~150 | =25 | <0.15 | 1150 | 1,210 | ~150 | =<25 | <0.15 | 1150 | 1,380
(5017, SLD, DC11) 200 | <25 | <015 | 1,150 | 1,210 200 | <25 | <015 | 1,150 | 1,380
RCOoB2HAC | pHio2 | 250 | =<2.0 | <042 920 770 250 | <20 | <012 920 880
(1.2344, 1.9379) 300 | <20 | <0.12 920 770 300 | <20 | <0.12 920 880
SRPHO 350 | <10 | <0.10 690 440 350 | <10 | <0.10 690 500
g o m e e o fa e L
B BT | oy | 250 | <30 | <045 | 1420 | 2390 250 | =30 | <0.15 | 1420 | 2730
(GG, GGG) 300 | <30 | <015 | 1420 | 2,390 300 | <30 | <015 | 1420 | 2,730
Below 300HB 350 | <25 | <010 | 1,070 | 1,350 350 | <25 | <010 | 1,070 | 1,540
I ~150 | =50 | <020 | 1,910 | 3340 | ~150 | <50 | <020 | 1,910 | 3,820
(508308 | jogors | 200 | =50 | <020 | 1910 | 3340 200 | <50 | <020 | 1910 | 3,820
BE250HBIUT | (o) | 250 | =30 | <015 | 1530 | 2,140 250 | =30 | <015 | 1530 | 2,450
faniess sieel 300 | <30 | <045 | 1530 | 2,140 300 | <30 | <045 | 1530 | 2450
350 | <25 | <010 | 1,150 | 1,210 350 | <25 | <010 | 1,150 | 1,380
~150 | <50 | <0.20 570 | 1,000 | ~150 | <50 | <0.20 570 | 1,140
Foves | | 200 | =50 | <020 570 | 1,000 200 | <50 | <0.20 570 | 1,140
(i6ARay) | o[ 250 | =30 | <0.15 460 650 250 | <30 | <0.15 460 740
Titanium alloy 300 <30 | <0.15 460 650 300 <30 | <0.15 460 740
350 | <25 | <010 340 360 350 | <25 | <010 340 410

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

BER EDOEEEIR

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

2) UUUDRELUBEE PAHFRE Z LEEHIEL) HEUTLREEV. HDVIFEVREZ TIFTERALIEE L,

3) BHEHARRDHSF FT ARSI EZL UK EE VL RICNB KU VIZTIFTERLIEE L,

4) I7—=70O—ICKWPIKTRREMBZITOTREE Ve FIC AIFEMCTOF v ET AN TR TRUBISERLSZE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

@ 4) Use air blow.
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// DIJET

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

TER (mm) Tool dia.

wmum |77 63 /66

Work materials (2L K%L No. of teeth 8N
Grades ap Qe %i
(mm) (mm) (mm) (min-) (mm/min)
o ~200 | =50 | <020 | 1620 | 3,890
(S50C, S55€) 250 | <50 | <020 | 1,620 | 3,890
EE250HBLIT| CX75 = : '
Tarbon steet | (eg01s)| 800 | =30 | <045 | 1300 | 2500
(C50, 55) 350 | =<3.0 | <015 | 1,300 | 2,500
Below 250HB 400 | =25 | <010 970 1,400
Tem ~200 | <50 | <020 | 1520 | 3,040
(SKD61, SKD11) 250 =50 <0.20 1,520 3,040
B goOHBIAT | s 800 | =30 | <045 | 1220 | 1950
(1.2344, 1.2379) 350 =3.0 <0.15 1,220 1,950
islow 253l 400 | =25 | <010 910 | 1,000
T T =a0 | <00 | Toot | oo
PX5, 5 <5 . 5 ,
B0 0HRC | by | 300 | =30 | <045 | 1,220 | 1,950
(1.2311, P20) 350 | <30 | <015 | 1220 | 1,950
30-36HRC 400 | =25 | <010 910 | 1,090
e e s = ams
B e stinC | iosogy| 300 | <25 | <045 | 1,010 | 1620
(1.2311, P21) 350 =25 <0.15 1,010 1,620
88-43HRC 400 | =20 | <010 760 910
M R a= o in REi
B 42-52HRC | DH102 == : : ‘
Hardened die steel | (Jcgots)| 300 | =25 | <0.15 850 | 1,090
(1.2344, 1.2379) 350 =25 <0.15 850 1,090
42-52HRC 400 | =15 | <0410 640 610
oA R RE R R
o0 B8eHRC pHio2 | 300 | <20 | <042 | 730 | 700
(1.2344, 1.2379) 350 | =20 | <012 730 700
S 400 | =10 | <0410 550 400
T W EE EECARIER:
1@ 300HBIL T | JC8O15 == : : :
bty & ool oot ron | (Di102) | 800 | =80 | <045 | 1,130 | 2170
, 350 | <30 | <015 | 1130 | 2,170
Below 300HB 400 | =25 | <0.10 850 1,220
. ~200 | =50 | <020 | 1520 | 3,040
ATisson | joaors | 290 | =50 | <020 | 1520 | 3,040
& 250HBLIT | (jioo) | 300 | =30 | <045 | 1,220 | 1950
Hanjecs steel 350 | <30 | <0.15 | 1,220 1,950
400 | =25 | <010 910 | 1,090
~200 | <50 | <020 450 900
FEVER | e 250 | =50 | <020 450 900
(Teea4v) | 800 | =30 | <0.15 360 580
Titanium alloy 350 | <30 | <015 360 580
400 | <25 | <010 270 320

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

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

WER LOFEEIR
1) EECOUIHISRME FERAIES KD —TEIECINC TRELEE W,

2) UUWHREUISEE AR RS Z LEEBIEL B EUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHEINARDBE(E FTUAHFREZELUTLKEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— &P TREMEZTH>OTRE W HIC IIEMCTOFvETA NI TRV FTRUBISEELSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

Use air blow.
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Recommended cutting conditions for "ZPMT:k-PL-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—A\YF MQXH + BE—RB(EY15—NvyRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TER (mm) Tool dia.

wul it | FY7 16 /17 20 20/ 21
Work materials Mg KL No. of teeth 2N R No. of teeth 3N R4 No. of teeth 4N
Grades g ap 8e r f ap 8e f Vi 2 o ae f (i
(mm) (mm) (mm) | (min”) |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) | (mm) | (min7) |(mm/min)
LT ~80 | =0.20/6~14/ 3,600 | 1,080 | ~100]<0.20/ 8~18 | 2,900 | 1,310 [~100|=0.20] 8~18 | 2,900 | 1,740
BE250HBLITR | CX75 ~ ~ ~
‘a(arbonste()n (Chote)| 120 |<0.15/6~14 2700 | 650| 150 <0.15 8~18 2,200 790| 150 =<0.15 8~18| 2,200 1060
B0, Do 160 | <0.10/6~10| 1,800 | 360 | 190|=0.108~12|1,500| 450| 190|=0.10/ 8~12 1,500 600
o ~80 | <0.20/6~14/ 3,200 | 960 [~100]=0.20/ 8~18 | 2,600 | 1,170 [~100|=0.20| 8~18 | 2,600 | 1,560
B BOo BT | s 120 |<0.15[6~14| 2400 580 150/ =<0.158~18 2,000 720| 150/=<0.15 8~18|2,000 960
e A0 160 |<0.10/6~10| 1,600 | 320| 190/=0.10/8~12]1,300| 390| 190/=0.10/ 8~12|1,300| 520
TR KA ~80 | =0.20/6~14/ 3,200 | 960 [~100]=0.20/ 8~18 | 2,600 | 1,170 [~100|=0.20] 8~18 | 2,600 | 1,560
B 30-36HRC | JC8015 N ~ ~
(LMoIdsteeI) oo | 120 <0.15/6~14 2,400 | 580 | 150 <0.15 8~18 2,000 720| 150 <015 8~18| 2,000 960
12511, 520 160 | <0.10/6~10| 1,600 | 320| 190/=0.10/8~12|1,300| 390| 190|=0.10/ 8~12 1,300 520
ok ~80 | <0.20/6~14] 2,800 | 840 |~100]=0.20/ 8~18 | 2,240 | 1,010 [~100|=0.20] 8~18 | 2,240 | 1,340
i@ 38-43HRC | DH102 - - =
Aot IRC | a0t | 120 |<0.15/6~14)2,100| 500| 150 <0.15/8~18 1,680 600| 150/ <0.15 8~18| 1,680 800
el Nely 160 |<0.10/6~10| 1,400 | 280| 190 =<0.10|8~12 1,120 340| 190|=0.10| 8~12|1,120| 450
BEANER ~ < ~ ~ < ~ ~ < ~
I 80 |<0.15 6~14 2,000 | 480 |~100|=0.15/8~18|1,600| 580|~100|=<0.15/ 8~18]1,600| 770
H(a;aene;jdiestegﬂ b | 120 |<0.10 6~14| 1,500 300 | 150/ <0.10 8~18| 1,200 360| 150 <0.10 8~18 1200 480
1o31e 23 60| - | - | - - |19 - - - |10 -] - -] -
BEANER ~ < A . < ~ A < ~
soft horo 80 |<0.12/6~14| 1,400 | 280 |~100]=0.12[ 8~18|1,100| 330[~100|=<0.12| 8~18]1,100| 440
H(aEened i DH102 | 120 |<0.10/6~14|1,050| 170| 150/=<0.10/8~18| 820| 200| 150/=0.10/8~18| 820| 260
R 60| - | - | - | =190 - | -] -] -1190 -]-1]-1] -
T ) B ~80 | =0.20/6~14/ 3,600 | 1,300 [ ~100]<0.20/ 8~18 | 2,900 | 1,570 [~100|=0.20] 8~18 | 2,900 | 2,090
B 300HBLLT | JC8015 - ~ ~
B IOOHBIL T | e | 120 |<015/6~14/ 2700 | 810| 150 <0.15/8~18 | 2200 990| 150 <0.15 8~18 2,200 1,320
Bl 3008 160 | <0.10/6~10| 1,800 | 430| 190|=0.108~12|1,500| 540| 190|=0.10/ 8~12 1,500 720
Rz LA ~80 | <0.20/6~14| 3,200 | 960 [~100]=0.20| 8~18 | 2,600 | 1,170 [~100|=0.20| 8~18 | 2,600 | 1,560
SUS304
@ 250HBLIT | 208015 | 490 | <0 15/6~14| 2,400 | 580| 150|=0.15/8~18|2,000| 720| 150|=0.15 8~18|2,000| 960
Stainless steel (DH102)
Below 250HB 160 | <0.10/6~10| 1,600 | 320| 190/=0.10/8~12]1,300| 390| 190/=0.10/ 8~12|1,300| 520
o ~80 | <0.20/6~14] 1,000 240 |~100]/=<0.20 8~18| 800| 290 |~100/=0.20 8~18| 800| 380
FIVEE | j0g015 - - -
(To6A-4) |90 | 120 |<0.15/6~14| 750 160| 150)<0.158~18 600 200 150 <0.15 6~18 600| 260
Titanium allo
e ety 160 |<0.10[6~10| 500| 100| 190 =<0.10/8~12 400| 120| 190|=0.10/8~12| 400| 160

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

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

B{ERALDEEEIR

1) LEEDUIBISRAE. RAIES ST D—IBIMEICRU THERBLIZE N,

2) U RELR

3) EREBNARRDHEEE FTVPAFREIZZL LTV RICNB LV VIZTIFTERLIEE L,
4) I7—7O—ICKUPIKTRREMBZTOTEE W BT IFEMCTOF v ETANITTIFII<SFTREBITERLSEE L,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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

Use air blow.

O HAHREZE LEEMEIVBEUTKEE V. H2VIEXVEREZ TIFTERLIEE L,



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

AMITYI R EIAS5—=AYE " MQAXHH + BBE—E (V15— NvyRAZ—)VEBEY+>27—I\) MaX and MSN type
TE#% (mm) Tool dia.

wua | TV 25/26
Work materials M K#L No. of teeth 4N X#L No. of teeth BN
Grades 7 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
L ~120 | <020 | 9~23 | 2300 | 1380 | ~120 | <020 | 9~23 | 2300 | 1,720
B 250HBLIT | CX75 ~ -
LC(arbonste§| uCsor| 190 | =045 | 9~23 | 1,700 820 190 | <015 | 9~23 | 1700 | 1,020
BouoD, B 235 | <010 | 9~15 | 1150 460 235 | <010 | 9~15 | 1150 580
TE5H ~ < ~ . < .
o) | 120 | <020 | 9~23 | 2000 | 1200 120 | <020 | 9~23 | 2000 | 1500
WZOONBET | (Chots)| 190 | 045 | 9~23 | 1500 720 190 | =015 | 9~23 | 1500 900
X 235 | <040 | 9~15 | 1,000 400 235 | <0410 | 9~15 | 1,000 500
JUN\—RE ~ < ~ ~ < ~
| - 120 | <020 | 9~23 | 2000 | 1,200 120 | <020 | 9~23 | 2000 | 1500
(“Mom' Sl |00z 190 | <015 | 9~23 | 1,500 720 190 | <015 | 9~23 | 1,500 900
i 235 | <010 | 9~15 | 1,000 400 235 | <010 | 9~15 | 1,000 500
TUI\— R4 ~ < o R < ~
G| 120 | <020 | 9~23 | 1800 | 1,080 120 | <020 | 9~23 | 1800 | 1,350
(LMold Sl oot 190 | <015 | 9~23 | 1,350 650 190 | <015 | 9~23 | 1350 810
el 235 | <010 | 9~15 900 360 235 | <010 | 9~15 900 450
S AL ~ < ~ ~ < ~
(SK0BE A i 120 | <015 | 9~23 | 1300 620 120 | <015 | 9~23 | 1,300 780
BB 42-52HRC | DH102 190 | <010 | 9~23 | 1,000 400 190 | <010 | 9~23 | 1,000 500

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

42-52HRC 235 - - - - 235 - - _ _
S AU Ao < e ~o < ~
(k017 810, bo1y 120 | <012 | 9~23 900 360 120 | =012 | 9~23 900 450
B&55-62HRC | phqgo 190 | <010 | 9~23 680 220 190 | <010 | 9~23 680 270

Hardened die steel
(1.2344, 1.2379)

55-62HRC 235 - - - - 235 = = = =
m“é‘i(g‘ﬂ%g;b%ﬁ* ~120 | =020 | 9~23 2,300 1,660 ~120 | =020 | 9~23 2,300 2,070
B 300HBLLT | JC8015 — ~
Grey@%NUdu,mimn (DH102) 190 | =<0.15 | 9~23 1,700 1,020 190 | =0.15 | 9~23 1,700 1,280
poia, 8G8) 235 | <010 | 9~15 | 1150 550 235 | <010 | 9~15 | 1150 690
25 LS ~120 | =020 | 9~23 2,000 1200 | ~120 | <020 | 9~23 | 2,000 1,500

(SUS304) JC8015

meos0HBLrT | S | 190 | <015 | o~23 | 1500 | 720 190 | <015 | 9~23 | 1500 900
Below 25015 235 | <010 | 9~15 | 1000 | 400 235 | <010 | 9~15 | 1,000 500
coven | o ~120 | <020 | 9~23 | 640 | 310 | ~120 | <020 | 9~23 | 640 380
meaay) (G808 | 490 | <015 | o~23 | 480 | 210 190 | <015 | 9~23 | 480 260
Tanum aloy 235 | <010 | 9~15 | 320 130 235 | <010 | 9~15 | 320 160

2 RELREZ, ap: MIAROYHAHKRE, Ge: FEAEDEHAHRE, n: TERERE, Vi FX)RERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LSRRI A S KO —IBIEICRUTRELLIEE L,

2) CUUHREULGER AHAHFRS Z LEEHMEXV DR TLREEV. HBVFEDREZ FFTERLEE L.

3) BT EDEEE. FTVPAHFREIEZLTLREEVRICNB KO VIZ FFTERLEE L,

4) I7—70- LXK TREDEZTH>TRE W, FIC IIEMCTOFrETA NI TIIIWS FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

e,

[RE{L LY HZPMT*-PLR; I5E3ERF v T (FHEVIHISM

Recommended cutting conditions for "ZPMT:-PL-type inserts" (For bottom face finishing)
QAMTYI A EIaT—A\YF MAXH + BBE—RB(EY15—NvyRRAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TERR (mm) Tool dia.

wu s | TV 30/32/35 32/35
Work materials 2L F#L No. of teeth BN T# No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae / Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
G ~160 | <020 | 11~28 | 1,800 | 1350 | ~160 | <020 | 11~28 | 1,800 | 1,620
EE250HBLITR | CX75 ~ ~
E(arbonste?l UChossy| 240 | =045 | 11~28 | 1,350 810 240 | =015 | 11~28 | 1,350 970
B0, Do 200 | <0410 | 11~20 | 900 450 200 | =010 | 11~20 | 900 540
TE8 A < =~ ~ < ~
B | 160 | <020 | 11~28 | 1,600 | 1,200 160 | <020 | 11~28 | 1,600 | 1,440
ﬁfc ggf;gg;u)F uegors)| 240 | =045 | 11~28 | 1,200 720 240 | =015 | 11~28 | 1,200 860
1.2344, 12879 200 | <010 | 11~20 | 800 400 200 | <010 | 11~20 | 800 480
TUJ)\— RS ~ < ~ ~ < ~
| 160 | <020 | 11~28 | 1,600 | 1,200 160 | <020 | 11~28 | 1,600 | 1,440
(LMoI(isteeI " iowaos) 240 | <015 | 11~28 | 1,200 720 240 | =015 | 11~28 | 1,200 860
1.2511, £20 200 | <010 | 11~20 @ 800 400 200 | =010 | 11~20 | 800 480
TU\— R ~ = ~ ~ = ~
N 160 | <020 | 11~28 | 1400 | 1,050 160 | <020 | 11~28 | 1400 | 1,260
(‘_Mold S |cants 240 | =015 | 11~28 | 1,050 630 240 | <015 | 11~28 | 1,050 760
g 200 | <010 | 11~20 | 700 350 200 | <010 | 11~20 | 700 420
FEANER ~ < ~ ~ < ~
B 160 | <020 | 11~28 | 1,000 600 160 | <020 | 11~28 | 1,000 720
Hffégz?ﬁ o St (UcaDTS 240 | =015 | 11~28 | 750 380 240 | =015 | 11~28 | 750 450
"42-52HRC 290 - - - - 290 - - - -
BEANER A < ~ ~ < ~
st Shoro 160 | <015 | 11~28 | 700 350 160 | <015 | 11~28 | 700 420
“(ﬁngd s DH02 | 240 | <012 | 11~28 | 530 210 240 | <012 | 11~28 | 530 250
"55-62HRC 290 - - - - 290 - - - -
S ey B ~160 | <020 | 11~28 | 15800 | 1620 | ~160 | <020 | 11~28 | 1,800 | 1,940
fE300HBLLT | JC8015 — =
Grey@%Noduma?“mn oo | 240 | <045 | 11~28 | 1350 | 1,010 240 | <015 | 11~28 | 1350 | 1,220
pia, Gl 200 | <0410 | 11~20 | 900 540 200 | <0410 | 11~20 | 900 650
Rz ~160 | <020 | 11~28 | 1600 | 1200 | ~160 | <020 | 11~28 | 1,600 | 1,440
SUS304
B 250HBIT (JDC:PJS) 240 | <015 | 11~28 | 1,200 720 240 | <015 | 11~28 | 1,200 860
Stainless steel
Below 250HB 200 | <010 | 11~20 | 800 400 200 | <010 | 11~20 | 800 480
L ~160 | <020 | 11~28 | 500 300 | ~160 | <020 | 11~28 | 500 360
FIYEE | og015 - >
(eea-ay) |85 | 240 | <045 | 11~28 | 380 210 240 | <015 | 11~28 | 380 250
Titanium allo
e ey 290 | =010 | 11~20 | 250 120 290 | <0410 | 11~20 | 250 150

2 RELRE, ap: BIARDYNAHRE, Ge: $EABMDYLAHRE, N: TEEEGRE, Vi:FX)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDOFEEEIR

1) LEEDUIBISRMAE RAIES KU D— IR THEELIIZE WV,

2) CUUDRELCSEEIF ANAFREZ MBS BELLTLREEV HBVFE)REZ T IFTEALEE L,

3) BREBATRRDEEE FTVPAHFREZZLL LTV RICNB LV VIZTIFTERLIEE L,

4) I7—70O—ICKUPIKTRREDBZTOTEE Ve BT IFEMCTOF v ET A NI TIFII < FTREBITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



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

AMITYI R EIAS5—=AYE " MQAXHH + BBE—E (V15— NvyRAZ—)VEBEY+>27—I\) MaX and MSN type
TE#% (mm) Tool dia.

wua | TV 40/42 0
Work materials M K%L No. of teeth BN X#L No. of teeth 7N
Grades 7 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(e ~160 | =020 | 13~38 | 1400 | 1260 | ~160 | =020 | 13~38 | 1400 | 1470
B 250HBLIT | CX75 ~ -
%}(arbonstet)al UCsors)| 240 | =015 | 13~38 | 1,050 760 240 | <0.15 | 13~38 | 1,050 880
B, Do) 200 | <010 | 13~24 | 700 420 200 | <010 | 13~24 | 700 490
TE5H ~ < v ~ < A
st | 160 | <020 | 13~38 | 1300 | 1,170 160 | <020 | 13~38 | 1300 | 1,360
ﬁfc%f;i’gguj‘ uogots)| 240 | =045 | 13~38 980 710 240 | <015 | 13~38 980 820
1.2344, 12979 200 | <010 | 13~24 | 650 390 200 | <0410 | 13~24 | 650 450
TUN\— R ~ < ~ ~ < ~
e ] . 160 | <020 | 13~38 | 1300 | 1,170 160 | <020 | 13~38 | 1300 | 1,360
(LMO,(; S (0w 240 | <015 | 13~38 980 710 240 | <0.15 | 13~38 980 820
12931, Feo 290 | <010 | 13~24 650 390 290 | =010 | 13~24 650 450
TN el - 160 | <020 | 13~38 | 1110 | 1,000 160 | <020 | 13~38 | 1110 | 1,160
(LMold S [ucaots) 240 | <015 | 13~38 830 600 240 | <0.15 | 13~38 830 700
[ 290 | <010 | 13~24 560 340 200 | <0410 | 13~24 560 390
S AN ~ < ~ ~ < ~
Ko S 160 | <020 | 13~38 800 580 160 | <020 | 13~38 800 670
igc42-52HRC | DH102 240 | <015 | 13~38 600 360 240 | <0.15 | 13~38 600 420

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

42-52HRC 290 - - - - 290 - - - -
JEEA " < ~ ~ < -~
(k01 SL0r ) 160 | =<0.15 | 13~38 560 340 160 | <015 | 13~38 560 390
B&55-62HRC | phqgo 240 | <012 | 13~38 420 200 240 | =012 | 13~38 420 230

Hardened die steel
(1.2344, 1.2379)

55-62HRC 290 - - = = 290 - - - _
o ey ~160 | <020 | 13~38 | 1400 | 1510 | ~160 | <020 | 13~38 | 1400 | 1760
@B 300HBILT | JC8O15 ~ ~
GreycﬁNodu,ama?mn e | 240 | =045 | 13~38 | 1050 950 240 | <015 | 13~38 | 1,050 | 1,100
peg, GGE) 200 | <040 | 13~24 | 700 500 200 | <010 | 13~24 | 700 590
252 ~160 | <020 | 13~38 | 1300 | 1170 | ~160 | <020 | 13~38 | 1300 | 1,360

(SUS304) JC8015

meos0HBLrT | S | 240 | <015 | 13~38 | o0 | 710 240 | <015 | 13~38 | 980 | 820
Below 250115 290 | =010 | 13~24 | 650 | 390 290 | <010 | 13~24 | 650 | 450
coven | oo ~160 | <020 | 13~38 | 400 | 290 | ~160 | <020 | 13~38 | 400 | 340
ooy | K801 240 | <045 | 13~38 | 300 | 200 240 | <015 | 13~38 | 300 | 230
Tramum aloy 200 | <010 | 13~24 | 200 120 290 | <010 | 13~24 200 140

2 RELREZ, ap: MIAROYHAHKRE, Ge: FEAEDEHAHRE, n: TERERE, Vi FX)RERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LSRRI A S KO —IBIEICRUTRELLIEE L,

2) CUUHREULGER AHAHFRS Z LEEHMEXV DR TLREEV. HBVFEDREZ FFTERLEE L.

3) BT EDEEE. FTVPAHFREIEZLTLREEVRICNB KO VIZ FFTERLEE L,

4) I7—70- LXK TREDEZTH>TRE W, FIC IIEMCTOFrETA NI TIIIWS FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

e

[REfLEIFHAZPMT:-PLAZ AFE3RF v T REVIHIS

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

TE& (mm) Tool dia.
w72 40
Work materials (2L HEL No. of teeth BN X# No. of teeth 7N
Grades 2 ap 3e n Vi 2 ap Qe f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | =020  13~38 | 1,400 | 1,260 | ~150 | =0.20 | 13~38 | 1400 | 1470
(506, 5550) | | 200 | =015 | 13~88 | 1,050 | 760 200 | =015 | 13~38 | 1050 | 880
et ™| uChors)| 250 | =040 | 13~38 | 1,050 760 250 | =010 | 13~38 | 1,050 830
(€50, C55) 300 | <010 | 13~24 | 700 | 420 300 | <010 | 13~24 | 700 | 490
Below 250HB 350 _ _ _ _ 350 _ _ _ _
- ~150 | <020 | 13~38 | 1300 | 1,170 | ~150 | =0.20 | 13~88 | 1,00 | 1,360
(SKD61, SKD11) 200 | =015 | 13~38 | 980 | 710 200 | =015 | 13~38 | 980 | 820
REGOOHBIT | Choss)| 250 | =040 | 13~38 | 980 | 710 | 250 | =010 | 13~38 | 980 | 820
(12344, 1.2379) 300 | =010 | 13~24 | 650 | 390 300 | =010 | 13~24 | 650 | 450
Below 255HB 350 _ _ _ _ 350 _ _ _ _
N ~150 | =020 | 13~38 | 1300 | 1,170 | ~150 | <0.20 | 13~38 | 1,300 | 1,360
(APW7, PX5, P20) 200 | =015 | 13~38 | 980 | 710 200 | =015 | 13~38 | 980 | 820
S aoHRC | Tt | 250 | <010 | 13~38 | 980 | 710 250 | =010 | 13~38 | 980 | 820
(12311, P20) 300 | =010 | 13~24 | 650 | 390 300 | =010 | 13~24 | 650 | 450
30-36HRC 350 _ _ _ _ 350 _ _ _ _
U= R ~150 | =020 | 13~38 | 1110 | 1000 | ~150 | <020 | 13~38 | 1,110 | 1,160
tiaed weur o) [ 200 | <045 | 13~38 | 830 | 600 200 | =015 | 13~38 | 830 | 700
i s | Joaoie)|__250 | =00 | 13~38 | 830 | 600 250 | =010 | 13~38 | 830 | 700
(12311, P21) 300 | =010 | 13~24 | 560 | 340 300 | =010 | 13~24 | 560 | 390
38-43HRC 350 _ _ _ _ 350 _ _ _ _
W ~150 | <020 | 13~38 | 800 | 580 | ~150 | =0.0 | 13~38 | 800 | 670
(SKDB1” DAC, DHA) 200 | =015 | 13~38 | 600 | 360 200 | =015 | 13~38 | 600 | 420
e e | Mot 250 | =040 | 13~38 | 600 | 360 250 | =010 | 13~38 | 600 | 420
(12344, 12379) 300 | =010 | 13~24 | 400 190 300 | <010 | 13~24 | 400 | 220
42-52HRC 350 — — — — 350 _ _ _ _
N ~150 | =015 | 13~38 | 560 | 340 | ~150 | =015 | 13~38 | 560 | 390
(86017 SLD be1) 200 | =012 | 13~38 | 420 | 200 200 | =012 | 13~38 | 420 | 230
BCS5B2HAC | DHio2 | 250 | <010 | 13~38 | 420 | 200 250 | =010 | 13~38 | 420 | 230
(1.2344, 12379) 300 | =010 | 13~24 | 280 | 100 300 | =010 | 13~24 | 280 120
55-62HRC 350 _ _ _ _ 350 _ _ _ _
B a0 S0rs | isan | rom0 a0 | 200 | =015 | ta~an | rom0 | 1100
B | (b | 250 | <040 | 13~38 | 1,00 | 950 | 250 | =010 | 13~38 | 1050 | 1,100
, 300 | =010 | 13~24 | 700 | 500 300 | =010 | 13~24 | 700 | 590
Below 300HB 350 _ _ _ _ 350 _ _ _ _
I ~150 | =020 | 13~38 | 1,800 | 1,170 | ~150 | <020 | 13~38 | 1,300 | 1,360
(505808 | ycaors | 200 | =015 | 13~38 | 980 | 710 200 | =015 | 13~38 | 980 | 820
E250HBLT | (uios) | 250 | <010 | 13~38 | 980 | 710 250 | =010 | 13~38 | 980 | 820
ainiess stee
Sainless steo 300 | =010 | 13~24 | 650 | 390 300 | =010 | 13~24 | 650 | 450
350 | - - - - 350 | - - - -
~150 | <020 | 13~38 | 400 | 290 | ~150 | =020 | 13~38 | 400 | 340
Fova® | | 200 | =045 | 13~38 | 300 | 200 200 | =015 | 13~38 | 300 | 230
(TieA4v) | 250 | <040 | 13~38 | 300 | 200 250 | =010 | 13~38 | 300 | 230
Titanium alloy 300 | =0.10 | 13~24 200 120 300 | =0.10 | 13~24 200 140
350 | - - - - 350 | - - - -

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

BER LEDFEEEIE

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

2) UUWDRELUZEE PAHFRES Z LEEHIER) HEUTLRE V. D VIFEREZ TIF TERLIEE L,

3) BHEHARERDHSF FT ARSI ZEZL UK EE VL RICNB KU VIZTIFTERLIZE L,

4) I7—70—[CKUIUKTIREEZTOTRE W BT IIEMCTOFrET A JIT TR I TRIBITERLZE LY,

NOTE

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

2)In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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

@ Use air blow.



// DIJET

[RE{LLIFHZPMT*-PLR; I5E3RF T (FEVIHISH

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

TEZ (mm) Tool dia.
wa s | TV 50 5052

Work materials Mg F#L No. of teeth 7N F#L No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe , £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
- ~150 | =020 | 16~48 | 1,50 | 1210 | ~150 | =<0.20 | 16~48 | 1,150 | 1,380
(5805, 59500 | 200 | <020 | 16~48 | 1,150 | 1,210 200 | <020 | 16~48 | 1,150 | 1,380
et T | uChors)| 250 | =045 | 16~48 | 860 720 250 | =015 | 16~48 | 860 820
(C50, C55) 300 | =<0.15 | 16~48 860 720 300 | <0.15 | 16~48 860 820
Below 250HB 350 | =010 | 16~30 530 410 350 | =010 | 16~30 530 460
TEE ~150 | <020 | 16~48 | 1,020 | 1,070 | ~150 | =<0.20 | 16~48 | 1,020 | 1,220
(SKDB1. SKD11) 200 | <020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1,220
REBOOHBNT | Chor| 250 | <015 | 16~48 | 770 | 650 | 250 | =045 | 16~48 | 770 | 740
(1.2344, 1.2379) 300 | =<0.15 | 16~48 770 650 300 | <0.15 | 16~48 770 740
Bl A 350 | =0.10 | 16~30 510 360 350 | =0.10 | 16~30 510 410
S U\— kg ~150 | =020 | 16~48 | 1,020 | 1,070 | ~150 | =020 | 16~48 | 1,020 | 1,220
(HPM7, PX5. P20) 200 | <020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1,220
B a0 30HRC | D | 250 | =015 | 16~48 | 770 | 650 250 | =015 | 16~48 | 770 740
(12311, P20) 300 | =<0.15 | 16~48 770 650 300 | =<0.15 | 16~48 770 740
30-36HRC 350 | =<0.10 | 16~30 510 360 350 | =<0.10 | 16~30 510 410
SUN— kv ~150 | =020 | 16~48 890 930 | ~150 | =020 | 16~48 890 | 1,070
T2 I 200 | <020 | 16~48 890 930 200 | <020 | 16~48 890 | 1,070
B s | JCaoie)|__ 250 | =0.15 | 16~48 | 670 560 250 | =015 | 16~48 | 670 640
(12311, P21) 300 | <0.15 | 16~48 670 560 300 | <0.15 | 16~48 670 640
SRR 350 | <010 | 16~30 450 320 350 | <010 | 16~30 450 360
53 ~150 | <020 | 16~48 640 540 | ~150 | <020 | 16~48 640 610
(SKD61 DA, DHA) 200 | <020 | 16~48 640 540 200 | <020 | 16~48 640 610
avdonot e sae (J%?oofs) 250 | <0.15 | 16~48 480 340 250 | <0.15 | 16~48 480 380
(1.2344, 1.2379) 300 | <0.15 | 16~48 480 340 300 | =<0.15 | 16~48 480 380
42-52HRC 350 | <010 | 16~30 320 180 350 | <010 | 16~30 320 200
e ~150 | =<0.15 | 16~48 450 320 | ~150 | =<0.15 | 16~48 450 360
(5K017.SLD, DC11) 200 | =<0.15 | 16~48 450 320 200 | =<0.15 | 16~48 450 360
CooB2HAC | DHin2 | 250 | =012 | 16~48 340 190 250 | <012 | 16~48 340 220
(1.2344, 1.2379) 300 | <012 | 16~48 340 190 300 | <012 | 16~48 340 220
29 AR 350 | =0.10 | 16~30 220 90 350 | =<0.10 | 16~30 220 100
T HE T =R AR R BE CEE SR AR
B oM T | )| 250 | <015 | 16~48 | 860 900 250 | =0.15 | 16~48 | 860 | 1,030
(GG, GGG) 300 | <0.15 | 16~48 860 900 300 | <0.15 | 16~48 860 | 1,030
Below 300HB 350 | <010 | 16~30 580 490 350 | <010 | 16~30 580 560
I ~150 | =020 | 16~48 | 1,020 | 1,070 | ~150 | <020 | 16~48 | 1,020 | 1,220
(508304 | Jogors | 200 | =020 | 16~48 | 1,020 | 1,070 200 | <020 | 16~48 | 1,020 | 1220
B 250HBLUF | (0 on [ 250 | <015 | 16~48 770 650 250 | <0.15 | 16~48 770 740
faniess sieel 300 | <045 | 16~48 | 770 650 300 | <045 | 16~48 | 770 740
350 | =<0.10 | 16~30 510 360 350 | =<0.10 | 16~30 510 410
~150 | <020 | 16~48 320 270 | ~150 | <020 | 16~48 320 310
Foves | o | 200 | 020 | 16~48 320 270 200 | <020 | 16~48 320 310
(i6Akay) | o[ 250 | =045 | 16~48 240 180 250 | <0.15 | 16~48 240 210
Titanium alloy 300 | =015 | 16~48 240 180 300 | =<0.15 | 16~48 240 210
350 | <010 | 16~30 160 130 350 | <010 | 16~30 160 150

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

WER LOEEEIR
1) EECDUIHISRME BERAIES KD — TN TRELEE WV,

2) UUWHRELUISEF ANAH TS Z LEEBIEXLBHEUTLREV. 2 VFEVREZ T IFTERLEE L,

3) WHEINABDBE (& FTUWAHFREZEL LT REE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBEZTH>TRE W HIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



Ouick & Mini

New generation high feed mill
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[REfLEIFHAZPMT:-PLAZ AFE3RF v T REVIHIS

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

TE®& (mm) Tool dia.
was | TV 6366
Work materials g K#L No. of teeth 8N
Grades 2 ap ae r Vi
(mm) (mm) (mm) (min-) (mm/min)
e e | 2o | o T a0 o0
BE250HBIT| OX75 =" =~ :
(C50, C55) 350 | <015 | 23~61 680 650
Below 250HB 400 | =010 | 23~38 | 460 370
Tem ~200 | <020 | 23~61 810 970
(SKD61. SKD11) 250 | =020 | 23~61 810 970
REBOOHBNT | Gt 300 | <015 | 23~61 | 610 590
(1.2344, 1.9379) 350 | <015 | 23~61 610 590
el 2338 400 | =010 | 23~38 | 410 330
T S T 200 Toa T o0 T o5
 PX5, 5 <0. ~ 7
B30 30HRC | B | 300 | <0415 | 23~61 | 610 590
(1.2311, P20) 350 | <015 | 23~61 610 590
S0-36HRC 400 | <010 | 23~38 | 410 330
e e i i
B e AstIAC | Josor)| 300 | =0.45 | 23~61 | 530 510
(1.2311, P21) 350 | <015 | 23~61 530 510
S65RG 400 | =010 | 23~38 | 360 290
i P Emirale [
fx42-59HRC | DH102 =" =~
Hardeneddie steel | (Jogois)| 800 | =0.15 | 23~ 380 300
(1.2344, 1.0379) 350 | <015 | 23~61 380 300
42-52HRC 400 | =010 | 23~38 | 260 170
oA R R R
oo B2HAC | pHio2 | 300 | <012 | 23~61 | 260 170
(1.2344, 1.2379) 350 =012 | 23~61 260 170
Al 400 | =010 | 23~38 | 180 90
S EE R SAR R
@ 300HBLIT | JC8015 =" ~ :
Gre?& Nodular castiron | (DH102) 300 =0.15 23~61 680 820
, 350 | <015 | 23~61 680 820
Below 300HB 400 | =010 | 23~38 | 460 440
. ~200 | <020 | 23~61 810 970
A58 | oot | 290 | =020 | 2~61 | 810 970
BES250HBILT | (o) | 800 | =0.15 | 23~61 610 590
Stainless steel 350 | =015 | 23~61 610 590
Below 250HB =
400 | =010 | 23~38 | 410 330
~200 | <020 | 23~61 250 240
FHVER | e 250 | =020 | 23~61 250 240
(Ti-6AI-4V) (DH102) 300 =0.15 | 23~61 190 170
Titanium alloy 350 | =0.15 | 23~61 190 170
400 | <010 | 23~38 | 130 110

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

BER EDOEEEIR

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

2) UUUDRELUBEE PAHFRE Z LEEHIEL) HEUTLREEV. HDVIFEVREZ TIFTERALIEE L,

3) BHEHARRDHSF FT ARSI EZL UK EE VL RICNB KU VIZTIFTERLIEE L,

4) I7—=70O—ICKWPIKTRREMBZITOTREE Ve FIC AIFEMCTOF v ET AN TR TRUBISERLSZE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

@ 4) Use air blow.



// DIJET

N—=FAIAIEE EIFRYPHW*-15/-F A%XZRF VT EEHISRM

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
AMTYI A EIAS=AYE MQAXF + BE—B(EV15—NvRAF—IVBE+>27—I\) MaX and MSN type
TE& (mm) Tool dia.

wu s | TV 16 /17 20 20/ 21
Work materials ZE R No. of teeth 2N F#L No. of teeth 3N X% No. of teeth 4N
Grades [ 2 Pt | ae n Vi | 2 Pt | ae n vi | @ Pt | ae _ f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(S50, $550) 70 | 05 |<0.2 | 8,950 2,680 70| 06 |<0.2 | 71160 | 3,220 70 | 06 |<0.2 | 7,160 | 4,290

e OHBAT | ooy | 120 | 05 |<02 | 6,960/ 1390 | 120 | 06 |<02 | 7160 2790 | 120 | 06 <02 7160 | 3720

(€50, C55
Bgmwzsogs 160 | 05 |<02 | 6960 1,110 190 | 06 |<<0.2 |5570| 1670 190 | 0.6 |<0.2 |5,570 | 2,230

(SKDB1, SKD11) 70 | 05 |<0.2 | 7,960| 2,390 70| 06 <02 6370|3220 | ~70 | 06 |<0.2 |6,370 4290

flEc255HBLLT | JC8015 120

05 |<02 | 5970/ 1,190 120 | 0.6 |<0.2 6370 |2480| 120 | 06 |<0.2 |6,370 3,310

Die steel (DH102)
(1.2344, 1.2379)
Below 255HB 160 | 05 |<0.2 | 5970/ 960| 190 | 06 |<02 4770|1430 190 | 0.6 [<0.2 | 4,770 [ 1,910
TUN— R/ ~70 | 05 |<0.2 | 6960 1670 | ~70 | 06 |<0.2 |5570|2,000| ~70 | 0.6 |<0.2 | 5570|2670

(HPM7, PX5, P20)
i 30-36HRC | JC8015
LMoIdsteeI (DH102) 120 | 05 |<02 | 4970| 840 | 120 | 06 |<0.2 |5570|1670| 120 | 0.6 |<0.2 |5570 2230

(1.2311, P20)
30-36HRC 160 | 05 |<02 | 4970 700| 190 | 06 (<02 |3980| 960| 190 | 0.6 |<<0.2 | 3,980 | 1,280

TUN\— RV ~ ~ ~
(NAKED, HPM1. P21) 70 | 05 |<0.2 | 4,980| 1,200 70 | 06 |<0.2 |3980|1430| ~70 | 06 |<0.2 |3,980 1910

fiEx38-43HRC | JC8015
((_Moldsteel) (Dhi02)| 120 | 05 |<02 | 3560/ 600| 120| 06 |<02 3980|1190 120 | 06 <02 | 3980 1,590
1.2311, P21
38-43HRC 160 | 05 <02 | 3560, 500| 190 | 06 |<02 |2:840| 690| 190 | 06 |<02 |2840 | 920

BEAN ~ ~ ~
(SKDB:. DAC, DHA) 70 | 05 |<0.15| 3,380 680 70 | 06 <015/ 2710 | 810 70 | 06 |<0.15| 2,710 | 1,080

fiEc42-52HRC | DH102
Hacdonad e sog| | UCgots)| 120 | 05 | <015 2400 340| 120 | 06 <015 2710 670| 120 | 06 |<0.15/ 2710 890

(1.2344, 1.2379)

42-52HRC 160 | 05 |<0.15| 2,400 280 | 190 | 06 |<0.15/1,940| 390| 190 | 0.6 |<0.15 1,940 | 520
mw}(FzyF%D()}b%ﬁ ~70 | 05 |<02 10,900 3270 ~70 | 0.6 |<0.2 | 8,750 |3940| ~70 | 06 <02 |8,750 5,250

BT 300HBLLT | JC8O15 120
Grey 2(& Nodular cait iron | (DH102)

GG, GGG
Below 300HB 160 | 05 |<0.2 | 8950/1,790| 190 | 06 |<02 |7,160| 2,150 190 | 0.6 |<0.2 | 7,160 | 2,870

05 |<02 | 89502150 120 | 0.6 |<0.2 | 7,160 |2580| 120 | 06 |<<0.2 | 7,160 | 3,440

R IVRINEHURE, Pt:EYIT1—R, Qe: ¥BARDYLAHRE, n: TEEERE, Vi X )RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LSRRI SRR S KO — ISR U TRELIEE L,

2) CUUHREULIZE ABAHFRSZ LEEHMELVBELLTLREV. HBVFEDEEZ FFTERLEST L.

3) BMEBNTEDZEF. FTVPAHFREIEZLTLREEVRICNB KV VIZ T FTERLEE L,

4) I7—7O— LKW TREMEBZTH>OTRE W, FIC IEMCTOFvET A NI TIIII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

el i

N—=FAIAIEE EIFRYPHW*-15/-F AEZRF VT EEDHISRM

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)

QAMTYI A EIAS5—=AYE " MAXH + BBE—E (Y15 —NvyRBF—IVEBEY+>27—/\) M0X and MSN type

TE& (mm) Tool dia.

wmEs | T2 25/26 30/32/35
Work materials eﬁﬁ%s . ﬂ%ifl No.;feteeth 3N i ; %ﬁﬂfl No.gfeteeth [57N i 2 ﬂ%ifl No.;feteeth ?N 7

(mm) | (mm) | (mm) | (min?) [(mm/min)] (mm) | (mm) | (mm) | (min?) ((mm/min)} (mm) | (mm) | (mm) | (min?) (mm/min)
S ~90| 07 |<02 |5730 | 4120| ~90| 07 |<02 |5730 6210 [~100| 0.8 |<02 | 4480 4,030
OB T | ooty | 140| 07 |<02 |5730|3440| 140| 07 |<02 5730 4300| 150 08 <02 | 4480 | 4030
Seion 20 210| 07 |<02 | 4460 2140| 210| 07 |<02 | 4460|2860 | 210 08 |<02 | 3480 | 2610
el ~90| 07 |<02 |5090|3660| ~90| 07 |<02 5090 4580 |~100| 0.8 <02 | 3980 | 3580
RAZBOHBET | Sty | 140| 07 <02 |5000 3050| 140| 07 |<02 5090 3810| 150 0.8 <02 |3980 3580
e 210| 07 |<02 3820 1830| 210| 07 |<02 3820|2290 | 210/ 08 |<02 | 2980 | 1,740
fun— e ~90| 07 |<02 | 4460 2680 | ~90| 07 |<02 4460 3350 |~100| 0.8 <02 3480 | 2610
B IoHFC | Pty | 140 07 | <02 | 4460 | 2140| 140| 07 |<02 4460 2680 150| 08 <02 | 3480 2610
ey 210| 07 |<02 3180|1270 210| 07 |<02 3180 159 | 210 08 <02 | 2490 1,250
el e A ~90| 07 |<02|3180 1530 | ~90| 07 |<02 |3180 1910 [~100| 08 |<02 | 2490 | 1,500
o | b | 140] 07 |<02 3180 |1220| 140| 07 |<02 3180|1520 150| 08 <02 | 2490 1500
Uiy 210| 07 |<02 |2270| 730| 210| 07 |<02 |2270| 9t0| 210] 08 |<02 [1780 720
oA ~90| 07 |<015/2160 | 860| ~90| 07 |<0.15 2160 1080 [~100| 0.8 |<0.15 1690 850
B et ot | bsoy| 140| 07 <015/ 2160 690| 140 | 07 |<0.15/ 2160 860 | 150| 08 |<0.15 1690 850
(12580, 12379 210| 07 |<015 1540| 410| 210| 07 |<0.151540| 510 210| 08 <045 1210 410
n?af(%ﬁgﬁég)’bﬁﬁ* ~90| 0.7 <02 |7000|4200| ~90| 07 |<02 | 7,000 5250 |~100| 08 |<02 |5470 | 4,100
o Fats | 140| 07 <02 | 5730 2750 | 140| 07 |<02 5730 3440| 150 0.8 <02 | 4480 | 2690
Saiow 0018 210| 07 |<02 |5730 |2290| 210| 07 |<02 | 5730|2860 | 210/ 08 |<02 | 4480 | 2,240

R IDRINEHULRE, Pi:EVIT4—R, Ge: ¥EFARDYNAHKZRS, n: TEREERRE, Vi X)&RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDEFREIR

1) LEEDYIRISRAE ERAIES KT D —TBIMEICRU THERBLEE N,

2) CUWHREUISZERF AHAHFREZ MBSV BELLTLREEV. HBVNFEVEEZ FIFTERALES L,

3) BMBNTEDHEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZ FIFTERLEE L,

4) I7—70O—[CKIPIW<KTREMBEZITOCTLREE WV, FHT IIEMCTOFrET AT TRV FRIBSERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



// DIJET

N—=FAIAIEE EIFRYPHW*-15/-F AEXZRF VT EEHISRM

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
AMT YOI A EIaAS=AYE MQAXF + BE—B(EY 15— NvRBA—)VEBEv+>2o77—/\) MQX and MSN type
TE& (mm) Tool dia.

wu s | TV 32/35 40/42 40
Work materials | P& % No. of teeth 6N J%_No. of teeth 6N % No. of teeth 7N
Grades [ 2 Pt | ae n Vi | 2 Pt | ae n vi | @ Pt | ae _ f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
(35§$§§5C) ~100| 0.8 |<0.2 | 4,480 4,830 |~100| 0.88 |<0.2 | 3,580 | 3,870 | ~100| 0.88 |<<0.2 | 3,580 | 4,520

BT | ooty | 150| 08 |<02 | 4480|4830 | 150| 088 |<02 | 3580 3870 | 150| 0.88 <02 | 3580 | 4520

(C50, C55)
Below 250HB 210 08 |<02 | 3480|3130 210| 0.88 |<0.2 | 2,790 | 2,010 | 210| 0.88 |<0.2 | 2,790 | 2,350
TR ~100| 08 |<0.2 | 3,980 | 4,300 |~100| 0.88 |<0.2 | 3,180 | 3,430 | ~100| 0.88 |<<0.2 | 3,180 | 4,000

(SKD61, SKD11)
fEE255HBELT | JC8015

150| 0.8 |<<0.2 | 3,980 | 4,300 150| 0.88 |<0.2 | 3,180 | 3,430 | 150 0.88 |<0.2 | 3,180 | 4,000

Die steel (DH102)
(1.2344, 1.2379)
Below 255HB 210 0.8 [<0.2 {2,980 |2,090| 210| 0.88 <02 2390 | 1,720 210| 0.88 |<0.2 | 2,390 | 2,010
TUN— R/ ~100| 0.8 |<0.2 | 3,480 | 3,130 |~100| 0.88 |<0.2 | 2,790 | 2510 |~100| 0.88 |<0.2 | 2,790 | 2,930

(HPM7, PX5, P20)
i 30-36HRC | JC8015
LMoIdsteeI (DH102) 150| 0.8 |<0.2 | 3,480 |3,130| 150| 0.88 | <02 | 2,790 | 2510 | 150| 0.88 |<<0.2 | 2,790 | 2,930

(1.2311, P20)
30-36HRC 210| 08 (<02 | 2490 1500( 210 088 |<0.2 | 1990 1430| 210| 0.88 |<<0.2 | 1,990 | 1,670

TUN\—RVH ~ ~ ~
(NAKED, HPM1. P21) 100| 0.8 |<<0.2 | 2,490 | 1,800 ~100| 0.88 |<0.2 | 1,990 | 1,430 |~100| 0.88 |<0.2 | 1,990 | 1,670

fiEc38-43HRC | JC8O15
(“Mo,dsteel) (Dhioz)| 150| 08 |<02 |2490| 1,800 | 150| 088 |<02 | 1,990 | 1430 | 150| 0.88 <02 | 1990 | 1,670
1.2311, P21
38-43HRC 210 08 |<02 1,780 | 860| 210| 0.88 |<02 | 1,420 820| 210 0.88 |<02 |1,420 & 960

BEAN ~ ~ ~
(SKDB:. DAC, DHA) 100| 0.8 |<0.15/ 1,690 | 1,020 | ~100| 0.88 | <0.15| 1,350 | 810 [~100| 0.88 |<<0.15| 1,350 | 950

fiEc42-52HRC | DH102
Hacdonad e stog| | JCg01s)|  150| 08 | <0.15 1690 | 1,020 | 150| 0.88 | <0.15 1,350 810 | 150| 0.88 |<0.15| 1350 950

(1.2344, 1.2379)

42-52HRC 210 08 |<0.15 1210 | 490 210| 0.88 |<0.15| 960 | 460 | 210  0.88 |<0.15| 960 | 540
19'9“%(%7%6)}[,%%( ~100| 08 |<0.2 | 5470 |4,920|~100  0.88 |<0.2 | 4,380 | 3,940 | ~100| 0.88 |<<0.2 | 4,380 | 4,600

B 300HBLLT | JC8O15
ot i oiion | (DH102) | 150| 0.8 |<02 | 4480|3280 150| 0.88 |<02 | 4380 | 3940 | 150| 0.88 | <02 | 4380 | 4600

(GG, GGG)
Below 300HB 210| 08 |<<0.2 | 4480|2690 | 210 0.88 |<0.2 | 3,580 | 2,580| 210| 0.88 |<<0.2 | 3,580 | 3,010

R IVRINEHURE, Pf:EYIT1—R, Qe: ¥BARDYLAHRE, n: TEEERE, Vi X )ERE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFREIR
1) LEEDUIHISREHS . SRR S KO — IR UTRELIEE L,

2) CUUHREULISZER ABAHFRSZ LEEHMELVBELLTLREV. HBVFEDEEZ FFTERLEST L.

3) BMEBNTEDZEF. FTVIAHFREIEZLLTLREEV RICNB KV VIZ T FTERLEE L,

4) I7—70O— LKW TREMEBZTH>OTRE W, FIC IEMCTOFvETA NI TIIII S FTRBITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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IN—=FAILAIEE EIFA YPHW*-15/-Fi2 AKXZRF YT EEDHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMIYIRX R IALTITSA R QXPH;  QXP type (facemill type)

TE& (mm) Tool dia.
wul |77 40 50
Work materials ijra;z%s HE No. of teeth BN HE No. of teeth 7N HEL No. of teeth 7N
(m€n) (rfrI\) (r?nﬁ) (mﬁr‘) (mm\irfnin) (mgm) (n/13nf1) (rﬁrﬁ) (mli’r71") (mm\{rfnin) (m?n) (n?r;) (rﬁnen (min-") (mm\{;win)
~150| 0.88 |<02 | 3580 | 3,870 | ~150| 0.88 |<0.2 | 3580 | 4520 |~150| 1 |<02 | 2860 | 3,600
(Sﬁ%&'ﬂsc) 200| 088 |<02 | 3580|3870 | 200| 0.88 |<0.2 3580 4520| 200 1 |<02 | 2860 3600
fEX250HBLLT | JC8O15
%(arbonste;zl (DH102) | 250 0.88 | <02 | 3580 3220 250 0.88 |<02 3580 3760| 250 1 | <02 | 23860 3,600
(50, C55
a0, B 300| 088 [<02 | 2790|2010 | 300| 0.88 |<02 | 2790 | 2350 | 300 1 |<02 | 2860 3,000
350 - | - | - | - |30 - | - | - | - | 30 1 |<02 28603000
~150| 0.88 [<02 | 3,180 | 3430 [~150| 0.88 |<0.2 | 3,180 | 4,000 |~150| 1 |<02 | 2550|3210
B
(sxo%ﬁ?ﬁom 200| 0.88 [<02 | 3180|3430 | 200| 0.88 |<02 |3180|4000| 200/ 1 |<02 | 25503210
B o RIT | Do | 250| 088 |<0.2 | 3180 | 2860 | 250| 0.88 |<02 31803340 250| 1 |<02 | 2550 | 3210
S 300| 088 |<02 | 2390 | 1,720 | 300| 0.88 |<02 |2390|2010| 300 1 |<02 | 2550 | 2680
350 - | - | - | - | 30 - | - | - | - | 30 1 |<02 | 25502680
~150| 088 |<02 | 2,790 | 2,510 [~150| 0.88 |<0.2 | 2,790 | 2930 [~150| 1 |<02 | 2,230 | 2,340
T o o 200| 088 [<02 | 2790|2510 | 200| 0.88 |<0.2 | 2790 | 2930 | 2000 1 |<02 | 2230|2340
f#x30-36HRC | JC8015
Woideue | o102 | 250| 0.88 |<02 | 2790|2010 | 250| 088 |<02 2790 2350 | 250 1 |<02 2230|2340
(13%2;{4?200) 300| 0.88 |<0.2 | 1,990  1,190| 300| 0.88 |<02 | 1,990 1,390 | 300 1 |<02 | 22301870
350 - | - | - | - | 30 - | - | - | - | 30 1 |<02 2230|1870
~150| 0.88 [<02 | 1,990 | 1,430 [~150| 0.88 |<0.2 | 1990 | 1430 [~150| 1 |<02 | 1,590 | 1,340
G ) 200| 088 [<02 | 1,990 | 1430 | 200| 0.88 |<02 | 1990 | 1430| 200/ 1 |<02 | 1,590 | 1,340
fEx38-43HRC | JC8015
Wodsuel | (Dnios)| 20| 0.88 |<02 | 1,990 | 1,150 | 250| 0.88 |<02 1,990 | 1,150 | 250 1 |<02 | 1,590 | 1340
“B-gﬂgh%” 300| 0.88 |<0.2 | 1,420 680| 300| 0.88 |<02 |1420| 680 | 300/ 1 |<0.2 |1590 1,070
350 - | - | - | - | 30 - | - | - | - | 30/ 1 |<02|159%]1,070
~150| 0.88 |<0.15 1,350 | 810 [~150 | 0.88 |<0.15 1,350 | 950 |~150| 1 |<0.15/ 1,080 760
. e 200| 088 |<0.15/ 1,350 | 810 200| 0.88 |<0.15 1,350 | 950| 200 1 |<0.15 1,080| 760
@t 42-52HRC | DH102
Hardened i sioe | Ucgo1s)| 250 088 | <015 1350 | 650 | 250 088 |<015 1350 760 | 250/ 1 |<015] 1080 760
(12344, 12370) 300| 0.88 [<0.15] 960 | 390 | 300| 0.88 |<0.15 960 | 460| 300 1 |<0.15 1,080| 610
350 - | - | - | - |30 - | - | - | - | 30 1 |<015 1080 | 610
~150| 0.88 |<02 | 4,380 | 3,940 [~150 | 0.88 |<0.2 | 4380 | 4,600 [~150| 1 |<02 | 3500 3,680
R e 200| 088 |<02 | 4380 | 3940| 200| 0.88 |<02 | 4380|4600 200] 1 |<02 |3500 3680
FEE300HBILT | JC8015
o Nodur astion | (Oh102) | 20| 088 |<0.2 | 3580 | 2580 | 250| 0.88 |<02 | 3580 3010 250 1 <02 |3500 3680
B(GGvGGG) 300 0.88 |<0.2 | 3580|2150 | 300| 0.88 |<0.2 | 3580|2510 | 300/ 1 |<02 | 2860 | 2400
elow 300HB
350 - | - | - | - | 30 - | - | - | - | 30 1 |<02 2860|2400

R RHELRZ, Pf:EYIT71—K, Qe: F¥EARDYNAAKRE, n: TERERE, Vi:Xk)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALOFEREIR

1) LEEDYIRISRAE BRAIES KT D —TBIEICRU THEBLEE N,

2) CUUHREUZEF ABAHFREZ LEEHMEL ) BELLTLREVN HBVNFEDEEZ FFTERALEE .

3) WBEINTREDHZEIR. FTUAHFREZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—70— LKW TREMBZITOCTLREE VY, FHT IIEMCTOFrET NI T TRV FTRB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



// DIJET

N—=FAIAIEE EIFRYPHW*-15/-F AEXZRF VT EEHISRM

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMIYIRX KT IALTITSA R, QXPH,  QXP type (facemill type)

TE& (mm) Tool dia.

wu s | TV 50/52 63 /66
Work materials G*ra;fi%s H# No. of teeth 8N F# No. of teeth 8N
(mm) (mPrL) (rﬁneﬂ (min-) (mm\frfnin) (mm) (n/?nfn (rﬁr?]) (min-") (mm/rfnin)
~150] 1 |<02 | 2860 4110 |~200 1.12 | <02 | 2,270] 3260
) 2000 1 |<02 |2860 4110| 250| 112 |<02 | 2,270 | 3,260
fE250HBLAT | JC8O15
‘E(arbonste§| buom| 250 1 |<02 |2860|4110| 30| 112 |<02 | 2270 | 3260
€50, C55
;050,658 300) 1 |<02 | 2860|3430 350| 1.12 |<02 | 2270 2,720
350 1 |<02 | 2860|3430 400| 1.12 |<02 | 22702720
~150] 1 |<02 |2550] 3670 [~200] 1.12 [ <02 | 2,020 | 2910
El
(KOSt 1) 200) 1 |<02|2550|3670| 250| 1.12 |<02 | 20202910
= N
ﬁf“%ii’{éﬁ“? Duos| 20| 1 |<02 | 25503670 | 300| 112 |<02 | 2020 | 2910
1.2344,1.2379
2344, 12371 3000 1 |<02 |2550|3060| 350 1.12 |<02 | 2,020 | 2420
350 1 |<02 | 2550|3060 400] 1.12 |<02 | 2020|2420
~150] 1 | <02 |2230] 2670 |~200] 1.12 [<02 | 1,770 | 2,120
At 200] 1 |<02 2230 2670| 250 1.12 |<02 |1,770 | 2,120
f#@<30-36HRC | JC8015
L IBHRC | oty | 250] 1 <02 2230 |2670| 300| 112 [<02 1,770 2,120
“é%?;;HE%O) 300) 1 |<02 2230 2140| 350| 1.12 |<02 | 1,770 | 1,700
350 1 <02 2230|2140 400| 1.12 |<02 | 1,70 1,700
~150] 1 |<02 | 15901530 [~200] 1.12 [<02 | 1,260 | 1,210
(SAKHD HPAAT 20 2000 1 |<02|159 1530 250] 1.12 [<02 | 1260] 1,210
f#@x38-43HRC | JC8015
(“Mo,dsteel) S| 250] 1 <02 159 1530 | 300 1.12 |<02 | 1,260 1210
1.2311, P21
L 300) 1 |<02 1591220 350| 1.12 |<02 |1260| 970
350 1 |<02 |159|1220| 400] 112 [<02 |1,260| 970
~150] 1 |<0.5/ 1,080 | 870|~200 1.12 |<0.15 860| 690
R S 200] 1 |<015/1080| 870| 250| 1.12 |<015 860 690
fEx42-52HRC | DH102
e | abE)| 250] 1 |<o1s/1080] 870 300 112 [<05] 860 690
(123412970 300) 1 |<015 1,080 700| 350| 1.12 |<0.15| 860| 550
35| 1 |<015 1,080 700| 400| 1.12 |<0.15| 860| 550
~150] 1 |<02 |3500] 4210 [~200] 1.12 [<02 | 2780 | 3340
R gy 200 1 |<02 |3500|4210| 250| 112 |<02 | 2780 | 3,340
B 300HBILT | JC8015
B BT (st | 250] 1 | <02 |3500]4210| 300] 112 |<02 | 2780 3340
B(GGvGGG) 300) 1 |<02 2860 2740| 350| 1.12 |<02 | 2,270 | 2,180
elow 300HB
350 1 |<02 | 2860|2740 400| 1.12 |<02 |2270] 2,180

2 RBHLEZ, Pf:Ey771—F,

Qe MEFEOALES, N : TEEEEE, Vi %0)ERE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFEREIR

1) LSRRI RIS KO —IBIEICRU TRELIEE L,
2) CUWHREUZEF AHAHFREZ LEEHMELVBELLTLREEV HBVNFEDEEZ FFTERALEE .
3) BMEBNTREDZEF. FTVNAHFREIEZLLTLREEV RICNB KV VIZ T FTERLEE L,
4) I7—=70O— LKW TREMBZITO TR E WV, FHT IHMCTOFrET A NIT TRV FTUEB(TERLSIEE 0,

NOTE

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

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

4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—AYF " MAXH + BE—B(EY15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TER (mm) Tool dia.

wul it | FY7 16/17 20 20/21
Work materials 2L F# No. of teeth 2N FE No. of teeth 3N HEL No. of teeth 4N
Grades | ¢ a | ae n vi | @ a | ae n vi | & a | ae _ £
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) | (mm) | (min7) |(mm/min)

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

B2 250HBRT Igcsots)| 120 | 1| <0.2| 8950/2,150| 120 | 1 | <0.2| 7,160/2,580| 120 | 1 | <02| 7,160| 3,440
(c50, cs5) | (DH102)
Below 2501B 160 | 07 | <0.2| 8950 1,790 190 | 0.7 | <0.2| 7,160/ 2,150 | 190 | 0.7 | <0.2| 7,160 2,870

(sKDB1_ SKD11) | cxrs 70 | 1.5 | <0.2| 8,950/ 2,680 ~70| 15 | <0.2| 7,160) 3,220 | ~70 | 1.5 | <0.2| 7,160| 4,290

RS 255HBELT | (1c8015) | 120 | 1 <0.2| 8,950/ 2,150 | 120 | 1 <0.2| 7,160/ 2,580 | 120 | 1 <0.2| 7,160| 3,440

Die steel
(1.2344, 1.0379) | (DH102)

Below 255HB 160 | 0.7 | <0.2| 6,960/ 1,390 190 | 0.7 | <0.2| 5570/1,670| 190 | 0.7 | <0.2| 5,570| 2,230
TYN\— RS ~70 | 15 | <0.2| 8,950/2,680| ~70 | 1.5 | <0.2| 7,160/3,220 ~70 | 1.5 | <0.2| 7,160| 4,290

(HPM7, PX5, P20

- 30-36HRC | JOB0T5
E0i38HRC | it | 120 | 1 | <02 8950/2150| 120 1 | <02 7,160/2580| 120 | 1 | <02 7,160 3,440

(12311, F20) 160 | 0.7 | <02/ 6,960/1,390| 190 | 0.7 | <02/ 5570/ 1,670 190 | 0.7 | <02 5570 2,230

TU)\— R ~ ~ ~
(NAKBO, HPMT_P21) 70| 1.5 | <0.2| 7,960/ 1,910 ~70 | 15 | <0.2| 6,370/ 2,290 | ~70 | 1.5 | <0.2| 6,370| 3,050

@ 38-43HRC | JC8015
“Mold steel (DH102) 120 | 1 <0.2| 6,960/ 1,390 | 120 | 1 <0.2| 5,570/ 1,670 | 120 | 1 <0.2| 5,570| 2,230

e 160 | 0.7 | <0.2| 6,960/ 1,110| 190 | 0.7 | <0.2| 5570/ 1,340| 190 | 0.7 | <0.2| 5570] 1,790

AN ~ ~ ~
(SKD&I” DAC. DHA) 70| 15 | <0.2| 3980 800(~70| 15 |<0.2| 3,180, 950| ~70 | 1.5 | <0.2| 3,180| 1,270

Ao beHnC ) Fata | 120 1 <02/ 3380 540| 120 1 | <02| 2710 630] 120 1 | <02 2710 840

Hardened die steel

B N I Y B I T A B

BEANH ~ ~ ~
(SKD11 SLD. DC11) 70 | 1 <0.2| 3,580 720 ~70 | 1 <0.2| 2,860 860 ~70| 1 <0.2| 2,860| 1,150

fEx55-62HRC
fpcooBetiC | oHio2 | 120 | 07 | <0.2| 2,980 480 120 | 07 |<0.2| 2,390 570| 120 | 07 | <0.2| 2,390 760

(1.2344, 1.2379)

At 60| - | - | -] -]w| -|-]-]-]1w|-]-]-]-
ATy 5y (L ~70] 15 | <02109003270| ~70 | 15 | <02/ 87503940 | ~70 | 15 [ <02] 8,750 5,250
B S OOHBH T | | 120 1 | <02) 8950/2.150| 120 1 | <02 7160 2580 | 120 1 | <0.2| 7160|3440
i S 160 | 07 | <02 89501790| 190 07 | <02| 7,160/ 2,150| 190 | 07 | <0.2| 7,160/ 2,870
27V L2 ~70] 15 [ <02 8950 2680] ~70| 15 | <02] 7,1603.220| ~70] 15 | <02 7,160 4,290

@g:%%i?:stg? oo | 120 1 | <02 89502150 | 120] 1 | <02| 7.160/2580| 120 | 1 | <02| 7,160] 3,440
Below 250H8 160 | 07 | <02/ 6,960[1,390| 190 | 07 | <02 5570 1,670| 190 | 0.7 | <02] 5570/ 2,230
rovmt | g || 18 [<02[ 1700] 40| ~0[ 15 [ <02] 140 sa0]~70] 15 | <oz] 1420] o0
(rieaay) | ons | 120 1 | <02] 1390 280| 120| 1 | <02 1,110/ 330| 120| 1 | <02 1,110 440
Henmales 160 | 07 | <02| 1390 220| 190| 0.7 |<02| 1,110 270| 190 | 07 | <02| 1,110 360

R IRINRHELRE, ap: BIARDYNAHRE, Ge: $EABEMDYLAHRE, N : TEREGRE, Vi FX)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

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

2) CUWHRELUSZERF ABAHFREZ MBS BESLTLREEV. HBVNFEVEEZ T IFTERALEEL,

3) BMEBNTEDHE. FTVIAHFREEZLLTLREEV RICNB KU VIZFIFTERLEE L,

4) I7—7O— LKW TREMEBZTH>TLREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—AYF MAXF + BE—B(EY15—\NvREZ—IVEBEY+>207—)\) MaX and MSN type

TE&Z (mm) Tool dia.
wmu |77 25/26
Work materials g FEL No. of teeth 4N FEL No. of teeth BN
Grades 2 ap ae n % 2 ap ae t

(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
oEm | | 15 <02 | 8280 | 4970 | ~90 15 <02 | 8280 | 6210
B<250HBLIT | (1c8015)| 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
{650,059 | (OH102)
B, 220 210 0.7 <02 | 5730 | 2290 210 0.7 <02 | 5730 | 2,860
st B | os |9 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
WEBOOHBLLT \(cs0ts)| 140 | 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
EeuAto0n) e I 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230
gﬁ’é@gﬁé{% . ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
SO-0HRC | S| 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
(1,2311, £20) 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2,230
%@-&ééﬁ"?ﬁﬁ) s ~90 15 <0.2 5,090 2,440 ~90 15 <0.2 5,090 3,050
sl | 002 140 1 <02 | 4460 | 1,780 140 1 <02 | 4460 | 2230
sl 210 0.7 <02 | 4460 | 1430 210 07 <02 | 4460 | 1,790
gl o e e
e ! | (P1102) : : : :
42-52HRC 210 - - - - 210 - - - -
AN ~ ~
LR e |0 | o7 [ <oe | ie0 w0 | o | o7 | <o sw |
"o 1 5570) : : : : : :
55-62HRC 210 - - - - 210 - - - -
a5 S0 (I ~90 15 <02 | 7,000 | 4200 | ~90 15 <02 | 7,000 | 5250
ﬁ%g@dﬂé%%ﬁmﬁ oot 140 |4 <02 | 5730 | 2750 | 140 | A <02 | 5730 | 3440
B B 210 0.7 <02 | 5730 | 2290 210 0.7 <02 | 5730 | 2,860
27V L2 ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
ﬁﬁg?ng:os?%éw: ouom| 140 | 1 <02 | 5730 | 2750 | 140 | A <02 | 5730 | 3440
Below 250HB 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230

~90 15 <02 | 1,150 550 | ~Q0 15 <02 | 1,150 690
oy | dBots 1 <02 890 360 140 1 <02 890 450
o (DH102) : '
iantum allo 210 | 07 | <02 890 280 | 210 | 07 | <02 890 350

2 IDRINRHELES, ap: BMARDOYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFEREIR
1) LEEDUIHISRAHS . BRAIES KO T —IBIMEICRUTRELIEE L,

2) CUWHREULGER ABAHFRSZ LEEHMELVBELLTLREVN. HBVFE)EEZ FFTERLES L.

3) BMEBNTEDZEE. FTVIAHFREIEZLTLREEV RICNB KV VIZFIFTERLEE L,

4) I7—70O— LKW TREDEZTH>TRE W, FIC IEMCTOFvET A NI TIFIISFTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—AYF " MAXH + BE—B(EY15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TER (mm) Tool dia.
wu s | TV 30/32/35 32/35
Work materials 2L H#L No. of teeth BN FE No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
REH ~ ~
‘33‘5%’ B | oo 100 | 15 <02 | 6470 | 4850 100 | 15 <02 | 6470 | 5820
B 250HBET uceors)| 150 | 12 | <02 | 4480 | 2690 150 | 12 | <02 | 4480 | 3230
5050, C59) 210 | 1 <02 | 4480 | 2240 210 | 1 <02 | 4480 | 2,690
TE® ~ ~
o | oos 100 | 15 <02 | 4480 | 3,360 100 | 15 <02 | 4480 | 4030
Ll Bl uceore)| 150 | 12 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3230
DH102
e Ao 20 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
7U}\_ I\“:/-' ~ ~
e . 100 | 15 <02 | 4480 | 3,360 100 | 15 <02 | 4480 | 4,030
(LMom S | (W 150 | 1.2 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3,230
12511, Fa0 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
JYUN\— R = ~
B 100 | 15 <02 | 39080 | 2390 100 | 15 <02 | 3980 | 2870
(‘_Mold S | iowoo) 150 | 12 <02 | 3480 | 1,740 150 | 12 <02 | 3480 | 2,090
e 210 1 <02 | 348 | 1390 210 1 <02 | 3480 | 1670
AN ~ ~
ol 100 | 15 <02 | 2000 | 1,000 100 | 15 <02 | 2000 | 1,200
I-zaﬁjeneddiesteszl Do | 150 |12 <02 | 1,690 680 150 | 1.2 <02 | 1,690 820
12848, 12879 210 1 <02 | 1,690 680 210 1 <02 | 1,690 820
AN ~ ~
slt o 100 | 1 <02 | 1,790 900 100 | 1 <02 | 1,790 | 1,080
H(a;jened o DHI2 | 150 | 0.8 <02 | 1490 600 150 | 08 <02 | 1490 720
[N 210 | 07 <02 | 1490 420 210 | 07 <02 | 1490 500
T ik ~100 | 15 <02 | 5470 | 4100 | ~100 | 15 <02 | 5470 | 4920
EE300HBLLT | JCB015
Greyﬁf‘Noduma?“m Do | 150 |12 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3,230
peag, GGE) 210 | 1 <02 | 4480 | 2240 210 | 1 <02 | 4480 | 2690
R ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
SUS304
R 250HBAIT omomy| 150 | 12 | <02 | 4480 | 2600 | 150 | 12 | <02 | 4480 | 3230
alniess stee
Below 250HB 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
s oas ~100 | 15 <02 900 540 | ~100 | 15 <02 900 650
=
meaay) |peral 150 | 12 | <02 | 700 | 350 | 150 | 12 | <02 | 700 | 420
Titanium allo
e ety 210 | 1 <02 700 280 210 | 1 <02 700 340

2 IRINRHELRE, ap: BIARDYNAHRE, Ge: FEAMDYLAZRE, N : TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LOEFEEIR

1) LEEDYIRISRAE ERAIES KT D —TBIMEICRU THEBLEE N,

2) BB REUISZEF AHAHFREZ MBSV BESLTLREV. HBVFEVEREZ T IFTERALES L,

3) BMEBNTEDZEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZTIFTERLEE L,

4) I7—=7O— KWWK TREMEBZTH>OTREE W, FIC IEMCTOFvET A NI TIFII S FTRIRITERLSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—AYF MAXF + BE—R(TEY15—\NvREAZ—IVEBEY+>207—I/\) MaX and MSN type

TERZ (mm) Tool dia.
wmu s |77 40/42 20
Work materials 2L H#L No. of teeth BN TEL No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~
gs’éTc, B | oos 100 | 15 <02 | 5170 | 4650 100 | 15 <02 | 5170 | 5420
BS250HBET  cgots)| 150 | 1.5 | <02 | 5170 | 4,650 150 | 15 | <02 | 5170 | 5420
(c50,c55) | (DH102)
B 250 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
TE® ~ ~
o | oos 100 | 15 <02 | 3580 | 3220 100 | 15 <02 | 3580 | 3,760
SR Goente)) 50 | 15 | <02 | 3560 | 3220 150 | 15 <02 | 3580 | 3760
e ) 210 | <02 | 2790 | 2010 20 | 1 <02 | 279 | 2350
TUN— R ~ ~
e - 100 | 15 <02 | 3580 | 3220 100 | 15 <02 | 3580 | 3,760
(LMoId s (i) 150 | 15 <02 | 3580 | 3220 150 | 15 <02 | 3580 | 3,760
12931, Fe 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2,350
TJUN\—RHH ~ ~
e 100 | 15 <02 | 3180 | 2290 100 | 15 <02 | 3180 | 2,670
(LMold S| (102 150 | 15 <02 | 3180 | 2290 150 | 15 <02 | 3180 | 2,670
el 210 1 <02 | 2,790 | 1670 210 | 1 <02 | 2,790 | 1,950
AN ~ ~
ol 100 | 15 <02 | 1590 950 100 | 15 <02 | 159 | 1,110
I-{a%eneddiestegzl Oosy| 150 | 15 <02 | 1590 950 150 | 15 <02 | 135 | 1,110
12808, 1.2879 210 1 <02 | 1350 650 210 | 1 <02 | 1350 760
AN ~ ~
solt sl 100 | 1 <02 | 1430 860 100 | 1 <02 | 1430 | 1,000
H(a;jeneddieste?l DHI02 | 150 | 1 <02 | 1430 860 150 | 1 <02 | 1430 | 1,000
I 210 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670
T ik ~100 | 15 <02 | 4380 | 3940 | ~100 | 15 <02 | 4380 | 4,600
@& 300HBLL T | JC8O15
Greyc%Nodu,Mimn Omosy| 150 | 15 <02 | 3580 | 3,940 150 | 15 <02 | 3580 | 4,600
peaa, GGS) 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
R ~100 | 15 <02 | 3580 | 3220 | ~100 | 15 <02 | 3580 | 3,760
SUS304
E2SOHBLIT i) | 180 | 15 | <02 | 3560 | 3220 | 150 | 15 | <02 | 3580 | 3760
alnless siee
Below 250HB 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2,350
s as ~100 | 15 <02 720 50 | ~100 | 15 <02 720 610
Ve
oAy | peral 150 | 15 | <02 | 560 | 520 | 150 | 15 | <02 | 560 | 610
Titanium allo
e ey 210 | <02 560 340 210 | 1 <02 560 400

2 IDRINRHELES, ap: MARDOYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ER LDFREIR
1) LEEDUIHISREHS . BRAIES KO —IBIEICRUTRELIEE L,

2) CUWHREULIGER AHAHFRS Z LEHELVBESLTLREV. HBVNFEVEEZ FFTERLES L.

3) BMEBNTEDZEE. FTVPAHFREIEZLTLREEVRICNB KV VIZ T IFTERLEE L,

4) I7—=70O— LKW TREMEZTO>OTRE W, FIC IEMCTOFvET AN TIIII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

TE& (mm) Tool dia.
wus | 727 40
Work materials & H# No. of teeth BN H# No. of teeth 7N
Grades 2 ap 3e n Vi 2 ap Qe , -
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
o ~150 | 15 | <02 | 5170 | 4650 | ~150 | 1.5 | <02 | 5170 | 5430
($90C,5%50) | 75 | 200 | 15 | <02 | 5170 | 4650 200 | 15 | <02 | 5170 | 5430
Bc2S0MBLT | (cs015)[ 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(c0,ce5)  |(DHI02[™ 300 | 07 | <02 | 3580 | 2360 300 | 07 | <02 | 3580 | 2,750
Below 250HB 350 _ _ _ _ 350 _ _ _ _
- ~150 | 15 | <02 | 3580 | 8220 | ~150 | 15 | <02 | 3580 | 3,760
(SKD61,SKD11) | cx75 | 200 | 15 | <02 | 3580 | 3,220 200 | 15 | <02 | 3580 | 3,760
BEESOHBLLT | (1ca015)| 250 | 1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(1.2344,1.2379) | (DH102) | 300 0.7 <02 | 279 | 1670 300 0.7 <02 [ 279 | 1,950
Below 255HB 350 _ _ _ _ 350 _ _ _ _
U= R ~150 | 15 | <02 | 3580 | 3220 | ~150 | 15 | <02 | 3580 | 3760
([PM7, PX5, P20) 200 | 15 | <02 | 3580 | 3220 200 | 15 | <02 | 3580 | 3,760
B30 3BHRC | B | 250 | 1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(12311 P20) 300 | 07 | <02 | 2790 | 1670 300 | 07 | <02 | 2790 | 1950
30-36HRC 350 B _ _ B 350 _ _ _ _
U= ~150 | 15 | <02 | 3180 | 2290 | ~150 | 15 | <02 | 3180 | 2670
(K80, HPM T P21) 200 | 15 | <02 | 3180 | 2290 200 | 15 | <02 | 3180 | 2670
ARG | e [ 250 | 1 <02 | 2790 | 1,670 250 | 1 <02 | 2790 | 1950
(12311 P21) 300 | 07 | <02 | 2790 | 1,340 300 | 07 | <02 | 2790 | 1,560
38-43HRC 350 B — _ B 350 _ _ _ _
N ~150 | 15 | <02 | 1590 950 | ~150 | 15 | <02 | 1590 | 1,110
(SKD61" DAC. DHA) 200 | 15 | <02 | 1590 950 200 | 15 | <02 | 159 | 1,110
B e G| Pty | 250 | 1 <02 | 1,350 | 650 250 | 1 <02 | 1,350 | 760
(12344, 1.2379) 300 | 07 | <02 | 1350 650 300 | 07 | <02 | 1350 760
42-52HRC 350 _ B _ _ 350 _ _ _ _
N ~150 | 1 <02 | 1,430 860 | ~150 | 1 <02 | 1430 | 1,000
(sKpi1 SLD, DC11) 200 | 1 <02 | 1430 860 200 | 1 <02 | 1430 | 1,000
eS5BeHRC | pHin2 | 250 | 07 <02 | 1,190 570 250 | 07 <02 | 1,190 670
(12344, 1.2379) 300 | 05 | <02 | 1,190 360 30 | 05 | <02 | 1,190 420
55-62HRC 350 B N B B 350 _ _ _ _
% 505 L ~150 | 15 | <02 | 4380 | 3940 | ~150 | 15 | <02 | 4380 | 4600
(FG_Fc) 200 | 15 | <02 | 4380 | 3940 200 | 15 | <02 | 4380 | 4,600
BB | oy | 250 |1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(66, GG6) 300 | 07 | <02 | 3580 | 2,150 300 | 07 | <02 | 3580 | 2510
Below 300HB 350 B B B _ 350 _ _ _ _
I ~150 | 15 | <02 | 3580 | 3220 | ~150 | 15 | <02 | 3580 | 3760
(605808 | jogors | 200 | 15 | <02 | 3580 | 3220 200 | 15 | <02 | 3580 | 3,760
B 250HBLIT | 900 | 250 | <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
Sainjess sieel 30 | 07 <02 | 2,790 | 1,670 30 | 07 <02 | 2,790 | 1950
350 - - - - 350 - = - -
~150 | 15 | <02 720 520 | ~150 | 15 | <0.2 720 610
Foveg | oo | 20 | 15 | <02 720 520 200 | 15 | <02 720 610
(riea-an) | s 250 | 1 <02 560 340 250 | 1 <02 560 400
Titanium alloy 300 | 07 | <02 560 2170 300 | 07 | <02 560 320
350 - - - - 350 - - - -

R RHELRE, ap: MARDYHAARE, Ge: FBEAMDYLAARE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOEEEIR

1) EECDOUIHISEME BERAIIES KD — TR TRELEE W,

2) UUWHRELUISEF ANAHFS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WRENABDZE(E FTUWAHFRIZEL UL TLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— KWWK TREMBZITH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

@ 4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRX RTPIALTITSA R QAXPHR QXP type (facemill type)

TE%Z (mm) Tool dia.
wu s | T2 50 50/52
Work materials & HEL No. of teeth 7N £ No. of teeth 8N
Grades 2 ap ae n Vi 2 ap ae t

(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~150 2 <02 | 4140 | 4350 | ~150 2 <02 | 4140 | 4,970
(850€, 8550) | cx75 200 2 <02 | 4140 | 4350 200 2 <02 | 4140 | 4,970
B 2S0HBLIT | (1c8015)| 250 | 2 <02 | 4140 | 4350 250 | 2 <02 | 4140 | 4970
(cs0,c55) | (DH102) [ 300 15 <02 | 2,860 | 2,400 300 15 <02 | 2,860 | 2,740
Below 250HB 350 15 <02 | 25860 | 2400 350 15 <02 | 25860 | 2740
TEm ~150 2 <02 | 2860 | 3,000 | ~150 2 <02 | 2860 | 3,430
(SKDGT SKD11) | cx75 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3430
Wx2SOHBLIT | (caots)| 250 | 2 <02 | 2860 | 3,000 250 | 2 <02 | 2860 | 3430
(1.2344, 1.2379) | (DH102) 300 1.5 <0.2 2,860 2,400 300 15 <0.2 2,860 2,740
B Al 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
U= FsE ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3430
(HPM7, PX5, P20) 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3430
B S0 0HRC | by | 250 | 2 <02 | 2860 | 3000 250 | 2 <02 | 2860 | 3430
(12311, P20) 300 15 <02 | 2860 | 2,400 300 15 <02 | 2860 | 2,740
30-36HRC 350 15 <02 | 2860 | 2400 350 15 <02 | 2,860 | 2,740
P ) ~150 2 <02 | 2550 | 2,140 | ~150 2 <02 | 2550 | 2,450
NAK8O, HPM, P21 200 2 <02 | 2550 | 2,140 200 2 <02 | 2550 | 2,450
B ARG | o [ 250 | 2 <02 | 2550 | 2140 250 | 2 <02 | 2550 | 2450
(12311, P21) 300 15 <02 | 2,230 | 1,560 300 15 <02 | 2230 | 1,780
AR 350 1.5 <02 | 2230 | 1560 350 15 <02 | 2230 | 1,780
T ~150 15 <02 | 1,270 890 | ~150 15 <02 | 1270 | 1,020
(SKD61 DAC, DHA) 200 15 <02 | 1,270 890 200 15 <02 | 1270 | 1,020
B G | by | 250 | 15 | <02 | 1270 890 250 | 15 | <02 | 1270 | 1,020
(1.2344, 1.0379) 300 12 <02 | 1,080 600 300 1.2 <02 | 1,080 690
42-52HRC 350 12 <02 | 1,080 600 350 1.2 <02 | 1,080 690
e ~150 15 <02 | 1,150 810 | ~150 15 <02 | 1,150 930
(SKD11. SLD, DG11) 200 15 <02 | 1,150 810 200 15 <02 | 1,150 930
e55-82HRC | DHio2 | 250 | 15 <02 | 1,150 810 250 | 15 <02 | 1,150 930
(1.2344, 1.2379) 300 1 <0.2 950 530 300 1 <0.2 950 610
SR 350 1 <02 950 530 350 1 <02 950 610
A Sk ~150 2 <02 | 3500 | 3680 | ~150 2 <02 | 3500 | 4210
(FC_FCD) 200 2 <02 | 3500 | 3680 200 2 <02 | 3500 | 4210
B o | oyl 250 | 2 <02 | 3500 | 3680 250 | 2 <02 | 3500 | 4210
(GG, 6GG) 300 15 <02 | 2860 | 2,400 300 15 <02 | 2860 | 2,740
Below 3008 350 1.5 <02 | 2.860 | 2400 350 15 <02 | 25860 | 2740
I ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
(05309 | o015 | 200 2 <02 | 2860 | 3,000 200 2 <02 | 2860 | 3,430
Be250HBLLT | i) [ 250 2 <02 | 2860 | 3,000 250 2 <02 | 2860 | 3,430
] 300 [ 15 | <02 | 2860 | 2400 300 [ 15 | <02 | 2860 | 2740
350 15 <02 | 2860 | 2400 350 15 <02 | 2860 | 2,740
~150 2 <02 570 480 | ~150 2 <02 570 550
F5UER | oars | 200 2 <0.2 570 480 200 2 <02 570 550
(Ti6A-a) | (giios) [ 250 2 <02 570 480 250 2 <0.2 570 550
Titanium alloy 300 15 <02 450 320 300 15 <0.2 450 370
350 1. <0.2 450 320 350 15 <0.2 450 370

R:RHULRE, ap: BiAMOYTIAHKRSE, Ge: FEAMDYNAHRE, n: TEEERE, Vi:X)&EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LOEFEEIR
1) EECDUIHISRAE BERAIES KD — TN TRELEE W,

2) UUWHREUISEF AR TS Z LEEBIEXBHEUTREV. 2 VIFEVREZ T IFTERLEE L,

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

4) I7 =7 0O— XTI TREMBZTH>OTRE W HIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRA RTPIALTITSA R, QAXPR QXP type (facemill type)

TE®& (mm) Tool dia.
wus |77 63 /66
Work materials (2L K#L No. of teeth 8N
Grades 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min)
o ~200 2 <02 | 3290 | 3950
(5506, 5550) | 75 250 2 <02 | 3290 | 3950
BS2S0HBLT | (cg015)[ 300 | 2 <02 | 3290 | 3950
(c50, c55) | (DH102) 350 15 <0.2 2,270 2,180
Below 250HB 400 15 <02 | 2270 | 2,180
TEm ~200 9 <02 | 2270 | 2720
(SKO67, SKD11) 2 2 <02 | 227 272
BE255HBLLT (i Caois) o0 |2 =i 2:278 2:728
(1.2344, 1.2379) | (DH102) 350 15 <0.2 2,270 2,180
A2 400 15 <02 | 2270 | 2,180
S UN— RV ~200 2 <02 | 2270 | 2720
(HPM7, PX5, P20) .

FURR | g 01w i
ola stee - e 1
(12311, P20) 350 15 <02 | 2270 | 2180

30-36HRC 400 15 <02 | 2270 | 2,180
U — ks ~200 2 <02 | 2,020 | 1,940
(NAK80, HPM1, P21) .

BESBAIEAC | OIS |00 <0 | 200 | Tado
old stee : 2 :
(12311, P21) 350 15 <02 | 1,770 | 1410

38543lRG 400 15 <02 | 1770 | 1410
5 ~200 15 <02 | 1,010 810
(SKD61 DAC, DHA) 250 15 <02 | 1,010 810
@ 42-52HRC | JC8015 ’
ol | Ovnoe) 35015 =82 1 H0
42-52HRC 400 | 12 <02 860 550
T ~200 15 <0.2 910 740
(SKD11. SLD, DG11) 250 15 <0.2 910 740
fEE55-62HRC
iR
65-62HRC 400 | 1 <02 750 480
193"3}-9794}[;%&7* ’\'200 2 <0.2 2,780 3,340
(FC. FCD) 250 2 <02 | 2780 | 3,340
@ 300HBLLT | JC8015 ’ :
g e e A
Below 300HB 400 | 15 <02 | 2270 | 2180
. ~200 2 <02 | 2270 | 2,720
Aiss0n | Joggrs | 290 |2 <02 | 2270 | 2720
e 250HBLI T 300 2 <02 | 2270 | 2720
Sainjecs stecl LIk 350 15 <02 | 2270 | 2,180
25 - - 2 2
oo 400 | 15 <02 | 2270 | 2180
~200 2 <0.2 450 440
7588 | oo | 250 2 <0.2 450 440
(TH6ARY) | (o) [ 300 2 <0.2 450 440
Titanium alloy 350 15 <02 360 300
400 15 <0.2 360 300

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

BER EDOEEEIR

1) EECDOUIHISEME BERAIIES KD — TR TRELEE W,

2) UUWHRELUISEF ANAHFS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WRENABDZE(E FTUWAHFRIZEL UL TLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— KWWK TREMBZITH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

@ 4) Use air blow.
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMTYI A EIaAT—AYF MAXF + BE—B(EY15—\NvREZ—IVEBEY+>207—)\) MaX and MSN type
TEfZ (mm) Tool dia.

wul st | TYT 16/17 20 20/21
Work materials Mg R No. of teeth 2N X#L No. of teeth 3N X% No. of teeth 4N
Grades | ¢ a | ae n vi | @ a | ae n vi | & a | ae _ f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
LT ~T70 | 0.2 |8~16|5200]|2,600| ~70 | 0.2 |10~20|4,200 | 3,150 | ~70 | 0.2 |10~18| 4,200 | 4,200
EE250HBLIT | CX75 ~ ~ ~
Lc(arbonstegﬂ (oiiop)| 120 0.2 |8~16]3900 1,550 120 | 0.2 10~203200 1,950| 120 | 0.2 |10~18]3,200 | 2,550
B, Bl 160 | 0.2 |8~10|3,400|1.200] 190 | 0.2 |10~12|2700|1,450| 190 | 0.2 |10~12| 2,700 1,900
o ~70 | 02 |8~16|4,700 2,100 ~70 | 0.2 |10~20| 3,800 | 2,550 | ~70 | 0.2 |10~18| 3,800 | 3,400
BEEOSHBLUT | Sow| 120| 02 [8~16/3500 1,400 120 | 0.2 [10~20]2,900| 1,750 | 120 | 0.2 |10~18] 2,900 | 2,350
2 ) 160 | 0.2 |8~10|3,000|1,100| 190 | 0.2 |10~12| 2.450|1,300| 190 | 0.2 |10~12| 2,450 | 1,750
TUN\— R ~T70 | 0.2 |8~16|4,350|1,750| ~70 | 0.2 |10~20|3,500 | 2,100 | ~70 | 0.2 |10~18| 3,500 | 2,800

(Hgyw, PX5, P20
B 30-36HRC | pH1o2 | 120 | 02 |8~16/3,250|1,200| 120 | 0.2 |10~20 2,650 | 1,450| 120 | 02 |10~18| 2,650 | 1,950
(1,2311, £20) 160 | 0.2 |8~10]2,750| 950| 190 | 0.2 [10~12] 2.250] 1,150 190 | 0.2 |10~12] 2,250 | 1,500
TU)\— R4 ~ ~ ~ ~! ~ ~
L 70| 0.2 |8~16/4,000| 960|~70 | 0.2 |10~20|3,200 1,150 | ~70 | 0.2 [10~18| 3,200 1,500

BS3843HRC | pHio2 | 120 | 02 |8~16]3,000| 600| 120 | 0.2 |10~20/ 2400 720| 120 02 |10~18/2400 960

el 160 | 02 |8~10|2550| 500| 190 | 0.2 |10~12|2,050 600| 190 | 0.2 |10~12|2,050| 800
AN ~70 | 02 |8~16/2,000| 400|~70| 02 |10~20/1,600| 480|~70| 02 [10~18 1,600 640

(SKP\_GL DAC, DHA)
B42-52HRC | pyigp | 120 | 0.2 |8~16/1,600| 320| 120 | 02 |10~20/1,280| 380| 120 | 0.2 [10~18/1,280 510

Hardened die steel

(1 243;}%:4%879) 160 _ _ _ _ 190 _ _ _ _ 190 _ _ - —

BEANE ~ ~ ~ ~ ~ ~
(kD11 SLD. DC11) 70 | 02 |8~16/1,400| 200(~70| 0.2 |10~20|1,120 240|~70 | 0.2 |10~18 1,120 | 320

fEx55-62HRC ~ I~ ~
[P0 6EHMC | DH102 | 120 | 02 |8~16|1,000| 100| 120 | 02 |10~20] 800| 120| 120 | 0.2 |10~18| 800| 160

i O Y e ) O ) A B

mw(k%ﬁfcg)"’ﬁﬁ* ~70| 0.2 |8~16|4,000 1,600| ~70 | 0.2 |10~20/3,180|1,910| ~70 | 0.2 |10~18|3,180 | 2,540
BE300HBLUN | pyop | 120 | 0.2 |8~16/3,000 900| 120 | 0.2 |10~20/ 2,390 1,080 120 | 0.2 |10~18 2,390 | 1,430

Grey & Nodular cast iron

5.6, 66G) 160 | 02 |8~10|2600| 520| 190 | 0.2 |10~12|2070| 630| 190 | 02 |10~12/2,070| 830
Az ~70 | 02 |8~16]3,600]1,080[ ~70 | 02 [10~20]2,860]1.290 | ~70 | 02 [10~18] 2,860 | 1,720
SUS304

BE250HBLIT | DHi02 | 120 | 02 |8~16/ 2600 620 120 | 02 |10~20/2070) 750| 120 | 0.2 |10~18) 2,070 1,000
Below 250115 160 | 02 |8~102,000| 400| 190 0.2 |10~12|1,590| 480| 190 | 02 |10~12|1590| 640
es ~70| 02 |8~161,000] 300|~70 | 02 |10~20| 800| 360|~70 0.2 |10~18] 800 480
(Ti6Aav) | DHI02 | 120 | 02 |8~16] 600| 120| 120| 0.2 |10~20 480 150| 120| 0.2 |10~18| 480 200
Tamum oy 160 | 02 |8~10| 600 120| 190 | 02 10~12| 480| 150| 190 | 0.2 |10~12| 480| 200

2 IDRINRHELES, ap: BMARDOYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFREIR
1) LEEDYIRIRME ERAIES KD —TBIEICRU THEBLZE N,

2) CUWHREUSZERF ABAHFREZ LEEHMELVBELLTLREV. HBVFEVEEZ FFTERLESE .

3) BMEBNTEDZEF. FTVNAHFREIEZLLTLREEVRICNB KU VIZFIFTERLEE L,

4) I7—7O— LKW TREMEBZTH>OTLREE W, FIC IEMCTOFvET AN TIFII S FTRRITERLSEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW * -15-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—AYF " MAXH + BE—B(EY15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

TERR (mm) Tool dia.
w727 25/26
Work materials 2L F# No. of teeth 4N HE No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae / f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~90 02 |125~25| 3400 | 3400 | ~90 0.2 |125~22| 3400 | 4,250
BE250HBLIT| CX75 N -
%)(arbonstet)el (ohion| 140 02 |125~25| 2500 | 2,000 140 02 |125~22| 2500 | 2,500
B0, Lol 210 02 | 125~15| 2200 | 1550 210 02 |125~15| 2200 | 1,900
oo | 90 02 |125~25| 3050 | 2,750 90 02 |125~22| 3050 | 3,400
(LDiesteeI " ooz 140 02 |125~25| 2250 | 1,800 140 02 |125~22| 2250 | 2,250
1.2344, 12979 210 0.2 |125~15| 2,000 | 1,400 210 0.2 |125~15| 2000 | 1750
TUN\— RS ~ ~ ~ ~
@iy i o2 90 02 |125~25| 2,800 | 2250 90 02 |125~22| 2,800 | 2,800
BS30-38HRC prio2 | 140 02 |125~25| 2,100 | 1,500 140 02 |125~22| 2100 | 1,900
(12311, £20) 210 | 02 |125~15| 1800 | 1200 | 210 | 02 |125~15 1800 | 1,500
TJUN\— R ~ o o o
Gt P P 90 02 |125~25| 2550 | 1,250 90 02 |125~22| 2550 | 1,500
B 38.43HRC ) phio2 | 140 02 |125~25| 1,900 750 140 02 |125~22| 1,900 950
Ee el 210 02 |125~15| 1,650 650 210 02 |125~15| 1,650 850
(OB S b 90 02 |125~25| 1,270 510 90 0.2 |125~22| 1,270 640
%@é‘z%@%?%? DH102 | 140 02 |125~25| 1,020 410 140 02 |125~22| 1,020 510
. 237
42-52HRC 210 - - - - 210 - - - -
BEANSE ~ ~ ~ ~
el 90 02 |125~25| 890 250 90 02 |125~22| 890 310
“@@gﬁ%’?‘gﬁg?' DH102 | 140 02 |125~25| 640 130 140 02 |125~22| 640 160
'55-62HRC 210 - - - - 210 - - - -
m*‘af(ggﬁég;bﬁﬁ* ~90 02 |125~25| 2550 2,040 ~90 02 |125~22| 2,550 2,550
BCI0oHBA™ | pHio2 | 140 02 |125~25| 1910 | 1,150 140 02 |125~22| 1910 | 1440
5.6, 66G) 210 02 | 125~15| 1,660 660 210 02 | 125~15| 1,660 820
A7l ~90 02 |125~25| 2290 | 1370 | ~90 02 |125~22| 2290 | 1,710
SUS304
E250HBLLT | Doz | 140 02 |125~25| 1,660 800 140 02 |125~22| 1660 | 1,000
tainless stee
Below 250HB 210 02 |125~15| 1,270 510 210 02 |125~15| 1,270 640
~90 02 |125~25| 640 380 | ~90 02 |125~22| 640 480
FHUES
(T-6A-4V) | DH102 | 140 02 |125~25| 380 150 140 02 |125~22| 380 190
Titanium alloy
210 02 |125~15| 380 150 210 02 |125~15 380 190

2 IRINRHELRE, ap: BIARDYNAHRE, Ge: FEAMDYLAZRE, N : TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFREIR

1) LEEDYIRIRAE ERAIES KT D —TBIMEICRU THERBLZE N,

2) CUWHRELUSZERF ABAHFREZ MBS BESLTLREEV. HBVNFEVEEZ T IFTERALEEL,

3) BMEBNTEDHE. FTVIAHFREEZLLTLREEV RICNB KU VIZFIFTERLEE L,

4) I7—7O— LKW TREMEBZTH>TLREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMTYI A EIaAT—AYF MAXF + BE—R(TEY15—\NvREAZ—IVEBEY+>207—I/\) MaX and MSN type
TEE (mm) Tool dia.

wu s | TV 30/32/35 32/35
Work materials 2L H# No. of teeth BN HE No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(35’%_}?35@5@ ~100 0.2 16~32 2,650 3,300 ~100 0.2 16~30 2,650 3,950
BE250HBLIT| CX75 N -
“c(arbon sl | oo 150 | 02 | 16~32 | 2,650 | 3,300 150 | 02 | 16~30 | 2650 | 3,950
Reo0 S, 210 | 02 | 16~32 | 2,000 | 2,000 210 | 02 | 16~30 | 2000 | 2,400
(SKDB1 SKD11) 100 0.2 16~32 2,400 2,700 100 0.2 16~30 2,400 3,200

R 255HBLLIT | CX75 150 0.2 16~32 | 2,400 2700 150 02 16~30 | 2,400 3,200

( Die steel ) (DH102)

1.2344, 12879 210 02 | 16~32 | 1800 | 1,800 210 | 02 | 16~30 | 1,800 | 2,150
TU\— R4 ~ ~ ~ ~

Gk 100 | 02 | 16~32 | 2200 | 2,200 100 | 02 | 16~30 | 2200 | 2,600
BE30-38HRC | pHio2 | 150 | 02 | 16~32 | 2200 | 2,200 150 | 02 | 16~30 | 2,200 | 2,600
(12311, £20) 210 | 02 | 16~32 | 1650 | 1500 | 210 | 02 | 16~30 | 1650 | 1,800
TU\— K40 ~100 | 02 | 16~32 | 2000 | 1200 | ~100 | 02 | 16~30 | 2,000 | 1,450

(NAi(\in, HPM1, P21)
B 38.43HRC | pHio2 | 150 | 0.2 | 16~32 | 2000 | 1,200 150 | 02 | 16~30 | 2,000 | 1,450

el 210 0.2 | 16~32 | 1,500 750 210 | 02 | 16~30 | 1,500 900
sogAA 100 02 | 16~32 | 1,000 500 100 02 | 16~30 | 1,000 600
E&4e-52HRC | pyqop 150 0.2 16~32 | 1,000 500 150 0.2 16~30 | 1,000 600

Hardened die steel
(1.2344, 1.2379)

12:5DHRG 210 0.2 16~20 800 400 210 0.2 16~20 800 480
AN ~ ~ ~ ~

(50t o 100 0.2 16~32 700 250 100 0.2 16~30 700 300

B255-62HRC | oo 150 0.2 16~32 700 250 150 0.2 16~30 700 300

Hardened die steel
(1.2344, 1.2379)

Taies 210 02 | 16~20 500 130 210 02 | 16~20 500 160
ik ~100 02 | 16~32 | 1,990 1,990 | ~100 02 | 16~30 | 1,990 | 2,390
B ooHBAT | pHio2 | 150 | 02 | 16~32 | 1,990 | 1990 150 | 02 | 16~30 | 1990 | 2,390
5.6, 66G) 210 | 02 | 16~32 | 1490 | 1120 210 | 02 | 16~30 | 1490 | 1,340
Az LA ~100 02 | 16~32 | 1,790 1340 | ~100 02 | 16~30 | 1,790 | 1,610
SUS304

- 250HBLIT| DHIC2 150 02 | 16~32 | 1,790 1,340 150 02 | 16~30 | 1,790 | 1,610

tainless stee
Below 250HB 210 02 | 16~32 | 1,290 770 210 02 | 16~30 | 1,290 920
~100 02 | 16~32 500 380 | ~100 02 | 16~30 500 460

FHUES
(Ti-6A-4V) | DH102 150 02 | 16~32 500 380 150 02 | 16~30 500 460

Titanium alloy
210 02 | 16~20 300 150 210 02 | 16~20 300 180

2 IDRINRHELES, ap: MARDOYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEEEIR
1) LEEDYIRIRAE. ERAIES KTD— TR THERBLIZE N,

2) VWD RELUSEEIF AHAFREZ MBS BELTLREEV. HBVNFEVEEZ T IFTEALEEL,

3) ERENARRDHEE FTVPAHFREIZZL LTV RICNB LT VIZTIFTERLLIEE L,

4) I7—70O— LKW TREFMBZITOTLREE WV, FHT IIEMCTOFrET AN T TRV FRIBISERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QAMTYI A EIa1T5= \YEF  MAXH + BBE—8(TY15—NvyREAF—ILBEI+>2o7—I\) MaX and MSN type

TE®Z (mm) Tool dia.

wulA | TV 40/ 42 40
Work materials ZE T4 No. of teeth BN R4 No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(35%_%%3%?50) ~100 0.2 20~40 | 2,100 3,150 | ~100 0.2 20~38 | 2,100 3,650
BE250HBLIT| CX75 ~ -
Earbonste?l oy | 150 02 | 20~40 | 2100 | 3,150 150 | 02 | 20~38 | 2100 | 3,650
Beg, Doy 210 | 02 | 20~40 | 1570 | 1,900 210 | 02 | 20~38 | 1570 | 2200
s | 100 02 | 20~40 | 1,890 | 2,850 100 | 02 | 20~38 | 15890 | 3,300
(LDiesteeI " ooy 150 02 | 20~40 | 1,890 | 2,850 150 | 02 | 20~38 | 15890 | 3,300
12844, 12879 210 02 | 20~40 | 1410 | 1,700 210 | 02 | 20~38 | 1410 | 2,000
TU\— R i ~ ~ ~ ~
Gt 100 02 | 20~40 | 1750 | 2,100 100 | 02 | 20~38 | 1750 | 2,450
BE30-38HRC pHio2 | 150 | 0.2 | 20~40 | 1,750 | 2,100 150 | 02 | 20~38 | 1,750 | 2,450
(12311, F20) 210 0.2 | 20~40 | 1300 | 1,400 210 | 02 | 20~38 | 1,300 | 1,650
sl 100 02 | 20~40 | 1,600 | 1,150 100 | 02 | 20~38 | 1600 | 1,350
W38 AHRC | pH1o2 | 150 | 02 | 20~40 | 1,600 | 1,150 150 | 02 | 20~38 | 1,600 | 1,350
ey 210 | 02 | 20~40 | 1200 720 210 | 02 | 20~38 | 1,200 840
AN ~ ~ ~ ~
0 S 100 02 | 20~40 | 800 480 100 | 02 | 20~38 | 800 560
B A2-52HAC D12 | 150 | 0.2 | 20~40 | 800 480 150 | 02 | 20~38 | 800 560
(12344, 1.2379) 210 0.2 | 20~40 640 380 210 | 02 | 20~38 640 440
A ~ ~ ~ ~
soft S horo 100 02 | 20~40 | 560 240 100 | 02 | 20~38 | 560 280
E55-62HAC | gy | 150 02 | 20~40 | 560 240 150 | 02 | 20~38 | 560 280
oo 210 | 02 | 20~40 | 400 120 210 | 02 | 20~38 | 400 140
T ik ~100 02 | 20~40 | 1590 | 1910 | ~100 | 02 | 20~38 | 1590 | 2,230
BB | oHio2 | 150 | 02 | 20~40 | 1,590 | 1,910 150 | 02 | 20~38 1590 | 2,230
5.6, Gea) 210 | 02 | 20~40 | 1190 | 1,070 210 | 02 | 20~38 | 1190 | 1,250
S ~100 02 | 20~40 | 1430 | 1200 | ~100 | 02 | 20~38 | 1430 | 1,500
SUS304
BX250HBLIT | DHI2 | 150 02 | 20~40 | 1430 | 1,290 150 | 02 | 20~38 | 1430 | 1,500
tainless stee
Below 250HB 210 02 | 20~40 | 1,030 740 210 | 02 | 20~38 | 1,030 870
~100 02 | 20~40 | 400 360 | ~100 | 02 | 20~38 | 400 420
FoUER
(Ti6A-4V) | DH102 | 150 02 | 20~40 | 400 360 150 | 02 | 20~38 | 400 420
Titanium alloy
210 02 | 20~40 | 240 140 210 | 02 | 20~38 | 240 170

2 IDRINRHELRS, ap: IARDOYNAHRE, Ge: FEAMDYLAHRE, n: TEEEGRE, Vi:E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEREIR

1) LEEDYIRISRAE EMAIES KD —IBIMEICRU THERBLEE N,

2) CUWHREUSZEF ANAFREZ LEEHMEL ) BESLTLREZEV. HBVNFEIEEZ FIFTERALEE L.

3) BWEBNTEDHEF. FTVNAHFREIEZLLTLREEV RICNB KU VIZ FIFTERLEE L,

4) I7—=70— LKW TREFBZITOCTLREE WV, FHI IEMCTOFrET NI TRV FREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW < -15-type inserts” (For bottom face finishing)
QMY YIR RFPIALITITSA X QXPH  QXP type (facemill type)

TE®& (mm) Tool dia,
w727 40
Work materials | %8 HEL No. of teeth BN X# No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | 0.2 | 20~40 | 2,100 | 3,150 | ~150 | 0.2 | 20~38 | 2,100 | 3,680
(0c sa80) | 200 | 02 | 20~40 | 2,100 | 3,150 200 | 02 | 20~38 | 2100 | 3,680
B et T | omiom | 250 | 02 | 20~40 | 1570 | 1,890 250 | 02 | 20~38 | 1,570 | 2,200
(Cs0, C55) 300 | 02 [ 20~22 | 1,360 | 1,640 30 | 02 [ 20~22 | 1,360 | 1,900
Below 250HB 350 _ _ _ _ 350 _ _ _ _
TEm ~150 | 02 | 20~40 | 1,890 | 2,830 | ~150 | 0.2 | 20~38 | 1,890 | 3300
(SKD61, SKD11) 200 | 02 | 20~40 | 1,890 | 2,830 200 | 02 | 20~38 | 1,890 | 3,300
BEBOOHBLIT | Shos | 250 | 02 | 20~40 | 1410 | 1,700 | 250 | 02 | 20~38 | 1410 | 1980
(1.2344, 1.2379) 300 | 02 [ 20~22 | 1,220 | 1,470 30 | 02 [ 20~22 | 1220 | 1,710
Below 255HB 350 _ _ _ _ 350 _ _ _ _
SU\— R ~150 | 02 | 20~40 | 1,750 | 2,100 | ~150 | 02 | 20~38 | 1,750 | 2,450
(fouir, P5, P20) 200 | 02 [ 20~40 | 1,750 | 2,100 200 | 02 | 20~38 | 1,750 | 2450
BN SOHRC oHio2 | 250 | 02 | 20~40 | 1300 | 1,400 250 | 02 | 20~38 | 1,300 | 1,650
(1.2311, P20) 30 | 02 [ 20~22 | 1,150 | 1,150 30 | 02 [ 20~22 | 1,150 | 1,350
30-36HRC 350 _ _ _ _ 350 _ _ _ _
JUN\— R ~150 | 02 | 20~40 | 1,600 | 1,150 | ~150 | 02 | 20~38 | 1,600 | 1,350
(AKED,HPAT P21 200 | 02 [ 20~40 | 1600 | 1,150 200 | 02 | 20~38 | 1,600 | 1,350
a8 ASHRC pHio2 | 250 | 02 | 20~40 | 1,200 720 250 | 02 | 20~38 | 1,200 840
(1.2311, P21) 300 | 02 [ 20~22 | 1,050 630 30 | 02 [ 20~22 | 1,050 740
38-43HRC 350 _ _ _ _ 350 _ _ _ _
A ~150 | 02 [ 20~40 | 800 480 | ~150 | 02 | 20~38 | 800 560
(SKQs, DAC, D) 200 | 02 [ 20~40 | 800 480 200 | 02 | 20~38 | 800 560
o heiC DHio2 | 250 | 02 | 20~40 | 640 380 250 | 02 | 20~38 | 640 440
(1.2344, 1.2379) 30 | 02 [ 20~22 | 400 120 30 | 02 [ 20~22 | 400 140
42-52HRC 350 _ _ _ _ 350 _ _ _ _
N ~150 | 02 | 20~40 | 560 240 | ~150 | 0.2 | 20~38 | 560 280
(SKD11,SLD, DC11) 200 | 02 [ 20~40 | 560 240 200 | 02 [ 20~38 | 560 240
o0 BeHAC | pHio2 | 250 | 02 | 20~40 | 400 120 250 | 02 [ 20~38 | 400 140
(1.2344, 1.2379) 30 | 02 [ 20~22 [ 400 120 30 | 02 [ 20~22 [ 400 140
55-62HRC 350 _ _ _ _ 350 _ _ _ _
ATH- 5559 ~150 | 02 | 20~40 | 1,500 | 1,910 | ~150 | 02 | 20~38 | 1,500 | 2,230
Jeren 200 | 02 [ 20~40 | 1590 | 1,910 200 | 02 | 20~38 | 1590 | 2,230
DA™ o102 | 250 | 0.2 | 20~40 | 1,190 | 1,070 250 | 02 | 20~38 | 1,190 | 1,250
(GG, GGG) 300 | 02 [ 20~22 | 1,030 620 300 | 02 | 20~22 | 1,030 720
Below 300HB 350 _ _ _ _ 350 _ _ _ _
. ~150 | 02 | 20~40 | 1,430 | 1,290 | ~150 | 02 | 20~38 | 1,430 | 1,500
A 200 | 02 | 20~40 | 1430 | 1,290 200 | 02 [ 20~38 | 1,430 | 1,500
200HBLIF| DHI02 | 250 | 02 | 20~40 | 1,080 740 250 | 02 | 20~38 | 1,080 870
ainiess stee
paniess siee 30 | 02 [ 20~22 | 800 480 30 | 02 [ 20~22 | 800 560
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 400 360 | ~150 | 02 | 20~38 | 400 420
FoyvaS 200 | 02 | 20~40 | 400 360 200 | 02 | 20~38 | 400 420
(Ti-6A-4V) | DH102 | 250 | 0.2 | 20~40 | 240 140 250 | 02 [ 20~22 | 240 160
Titanium alloy 300 02 | 20~22 240 140 300 02 | 20~22 240 160
350 - - - - 350 - - - -

R:RHULRE, ap: BiAMODYHAHKRSE, Ge: ¥BAMDYNAHRE, n: TEOERE, Vi:X)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOEEEIR
1) LEEDYIHIRMEE RIS KT D —TRIMEICRU THEELZE 0V,

2) UUWHRELUISEF IAGFRSZ LEEBIEXR BEUTLREV. B VFEVEEZ P TERLEE L,

3) ERENITEDHSE FTVPAHFRSZXZL LTV ORICNB LV VIZ TIFTERLIEE L,

4) I7—=70O— KWK TRREMBZTOTREE V) FICT IIFEMCTOF v ET AN TIIII< FTRURISERLZE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW * -15-type inserts” (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

TER (mm) Tool dia.
wa s | TV 50 5052

Work materials 2L T# No. of teeth 7N T# No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe / Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 02 | 25~50 | 1,700 | 2,970 | ~150 0.2 | 25~48 | 1,700 | 3,390
(06 55500 | 200 02 | 25~50 | 1,700 | 2,970 200 02 | 25~48 | 1,700 | 3,390
et T | oniom | 250 |02 | 25~50 | 1700 | 2,700 250 | 02 | 25~48 | 1,700 | 3,080
(C50, C55) 300 02 | 25~50 | 1,280 | 1,790 300 02 | 25~48 | 1,280 | 2,040
Below 250HB 350 0.2 25~28 | 1280 | 1,790 350 0.2 25~28 | 1280 | 2,040
Tem ~150 02 | 25~50 | 1,530 | 2,670 | ~150 02 | 25~48 | 1530 | 3,050
(SKD61, SKD11) 200 02 | 25~50 | 1530 | 2,670 200 02 | 25~48 | 1530 | 3,050
B e ([)0517052) 250 02 | 25~50 | 1530 | 2,430 250 02 | 25~48 | 1530 | 2,770
(1.2344, 1.9379) 300 02 | 25~50 | 1,150 | 1,600 300 02 | 25~48 | 1,150 | 1,830
Bl AS 350 02 | 25~28 | 1150 | 1,600 350 02 | 25~28 | 1150 | 1,830
U= kY38 ~150 02 | 25~50 | 1,400 | 1,950 | ~150 0.2 | 25~48 | 1,400 | 2,200
(Fpi7. PX5. P20) 200 02 | 25~50 | 1,400 | 1,950 200 02 | 25~48 | 1,400 | 2,200
B 30-38HRC ph1o2 | 250 02 | 25~50 | 1,400 | 1,750 250 0.2 | 25~48 | 1,400 | 2,000
(1.2311, P20) 300 02 | 25~50 | 1,050 | 1,250 300 02 | 25~48 | 1,050 | 1,400
30-36HRC 350 02 | 25~28 | 1,050 | 1,250 350 0.2 | 25~28 | 1,050 | 1,400
U= ko ~150 02 | 25~50 | 1,250 | 1,050 | ~150 02 | 25~48 | 1,250 | 1,200
(AKSD HPWT P21) 200 02 | 25~50 | 1250 | 1,050 200 02 | 25~48 | 1250 | 1,200
B 38-43HRC | ph1o2 | 250 02 | 25~50 | 1,250 880 250 02 | 25~48 | 1,250 | 1,000
(1.2311, P21) 300 02 | 25~50 950 660 300 02 | 25~48 950 750
SRl 350 02 | 25~28 950 660 350 02 | 25~28 950 750
553 ~150 02 | 25~50 510 360 | ~150 0.2 | 25~48 510 410
(SKD6T, DAC, DHA) 200 02 | 25~50 510 360 200 02 | 25~48 510 410
R 42-52HAC | DH102 250 02 | 25~50 510 340 250 0.2 | 25~48 510 390
(12344, 12976) 300 02 | 25~50 380 270 300 02 | 25~48 380 310
“92HRC 350 02 | 25~28 380 270 350 02 | 25~28 380 310
A8 ~150 02 | 25~50 380 190 | ~150 02 | 25~48 380 220
(SKD11.SLD, DC11) 200 02 | 25~50 380 190 200 02 | 25~48 380 220
R o0-62HAC | Dh1o2 | 250 02 | 25~50 380 160 250 02 | 25~48 380 180
(1.2344, 1.2379) 300 02 | 25~50 320 130 300 02 | 25~48 320 150
29 G 350 02 | 25~28 320 130 350 02 | 25~28 320 150
A5 54 ek ~150 02 | 25~50 | 1,270 | 1,780 | ~150 02 | 25~48 | 1,270 | 2,030
@*(gngﬁ%)uT 200 02 | 25~50 | 1270 | 1,780 200 02 | 25~48 | 1270 | 2,030
et ot i | DH102 250 02 | 25~50 | 1270 | 1,560 250 02 | 25~48 | 1270 | 1,780
(GG, GGG) 300 02 | 25~50 950 | 1,000 300 02 | 25~48 950 | 1,140
Below 300HB 350 02 | 25~28 950 | 1,000 350 02 | 25~28 950 | 1,140
I ~150 02 | 25~50 | 1,50 | 1,210 | ~150 02 | 25~48 | 1,150 | 1,380
) 200 02 | 25~50 | 1,150 | 1,210 200 02 | 25~48 | 1,150 | 1,380
e 250HBILS | DH102 250 02 | 25~50 | 1,150 | 1,090 250 02 | 25~48 | 1,150 | 1,250
Sainjess sieel 300 | 02 | 25~50 | 830 700 300 | 02 | 25~48 | 830 800
350 02 | 25~28 830 700 350 02 | 25~28 830 800
~150 02 | 25~50 320 340 | ~150 02 | 25~48 320 390
FyUES 200 02 | 25~50 320 340 200 02 | 25~48 320 390
(T-6AI-4V) | DH102 250 02 | 25~50 320 300 250 02 | 25~48 320 340
Titanium alloy 300 0.2 25~50 190 160 300 0.2 25~48 190 180
350 02 | 25~28 190 160 350 0.2 | 25~28 190 180

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

BER EDOEEEIR

1) EECDOUIHISEME BERAIIES KD — TR TRELEE W,

2) UUWHRELUISEF ANAHFS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WRENABDZE(E FTUWAHFRIZEL UL TLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— KWWK TREMBZITH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

@ 4) Use air blow.
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QAXPHR QXP type (facemill type)
TEfZ (mm) Tool dia.

w727 63/ 66

Work materials (2L X4 No. of teeth 8N
Grades 2 ap ae n Vi
(mm) (mm) (mm) (min7) (mm/min)
e ~200 02 | 31~63 | 1,350 | 2,700
(s90C5550) | 250 02 | 31~63 | 1,350 | 2,700
ﬁELCaErEoOnFéEeT{-F (DH102) 300 0.2 31~63 1,350 2,450
(C50, C55) 350 02 | 31~63 | 1,020 | 1,630
Below 250HB 400 0.2 31~35 | 1,020 1,630
TEm ~200 02 | 31~63 | 1210 | 2,420
(SKD61, SKD11) 250 02 | 31~63 | 1210 | 2,420
B el (0051752) 300 02 | 31~63 | 1210 | 2,90
(1.2344, 1.2379) 350 02 | 31~63 910 | 1,450
Sulom L3 400 0.2 31~35 910 | 1450
miral oo
 PX5, 5 . ~ , 75
B30.88HRC  pHio2 | 300 | 02 | 31~63 | 1,110 | 1,580
(1.2311, P20) 350 02 | 31~63 830 | 1,110
S0-3GHRC 400 02 | 31~35 830 | 1,110
S UN— R ~200 02 | 31~63 | 1,000 960
(NAggg,BHzngh PR2(1: ) 250 0.2 31~63 1,000 960
R 38-43HRC | ph1p2 300 02 | 31~63 | 1,000 800
(12311, P21) 350 02 | 31~63 750 590
88-43HRC 400 0.2 31~35 750 590
T ~200 02 | 31~63 400 320
(SK057, DAC, D) 250 02 | 31~63 400 320
Hardened die stesl | PH102 300 0.2 31~63 400 300
(1.2344, 1.0379) 350 02 | 31~63 300 250
42-52HRC 400 0.2 31~35 300 250
R
o0 BeHAC  pHio2 | 300 | 02 | 31~63 | 300 140
(1.2344, 1.2379) 350 02 | 31~63 250 120
SRR 400 02 | 31~35 250 120
B 554 ek ~200 02 | 31~63 | 1,000 | 1,600
(FC_FCD) 250 02 | 31~63 | 1,000 | 1,600

e S00HBLLT | pyq0p 300 0.2 | 31~63 | 1,000 | 1,400

Grey & Nodular cast iron

, 350 02 | 31~63 750 900
Below 300HB 400 0.2 31~35 750 900
. ~200 02 | 31~63 910 | 1,090
QAR 250 | 02 | 31~63 | 910 | 1000
TE250HBLLT | DHIO? 300 02 | 31~63 910 990
Saniess ste 350 02 | 31~63 660 640
400 02 | 31~35 660 640

~200 02 | 31~63 250 300

FyUES 250 02 | 31~63 250 300
(Ti-6A-4V) | DH102 300 02 | 31~63 250 270
Titanium alloy 350 0.2 31~63 150 140
400 02 | 31~35 150 140

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

WER LOEFEEIR
1) EECDUIHISRAE BERAIES KD — TN TRELEE W,

2) UUWHREUISEF AR TS Z LEEBIEXBHEUTREV. 2 VIFEVREZ T IFTERLEE L,

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

4) I7 =7 0O— XTI TREMBZTH>OTRE W HIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Low feed conditions for "YPHW *-F/-24-type inserts" (For bottom face finishing)

QAMTYI A EIAS5—=AYE " MAXH + BBE—E (Y15 —NvyRBFA—IVBEY+>27—J\) M0X and MSN type

TER (mm) Tool dia.

5l 5;%; 16/17 20 20/ 21
Work materials HEL No. of teeth 2N F#4 No. of teeth 3N F#4 No. of teeth 4N
Grades T 2o | @ | n. | Vi | & | @ | @ | n.] i | @ | a | @ | n.| Vi
(mm) | (mm) | (mm) | (min) [(mm/min)] (mm) | (mm) | (mm) | (min) [(mm/min)] (mm) | (mm) | (mm) | (min”) |(mm/min)
DR ~70 | 0.2 |8~16|4,000 1200|~70 02 |10~20/3,180 1,430|~70 | 0.2 |10~18|3,180 1910
gsoc,sssc)
BC2S0HBET | yog015 | 120 | 0.2 |8~163,000 720| 120 0.2 10~20/2390| 860| 120 | 0.2 |10~18]2,390 | 1,150
(C50, C55)
Below 250H8 160 0.2 |8~102600 520| 190 | 0.2 10~12/2070| 620| 190 | 0.2 '10~12/2,070| 830
T8 ~70 | 02 |8~16 3,600 1,080 ~70 | 0.2 [10~20 2,860 1,290 | ~70 | 02 |10~18|2,860 |1,720
(SKD61, SKD11)
B2osHBIAT | yogots | 120 | 0.2 |8~16|2600| 620| 120 | 02 |10~20[2,070| 750 120 | 0.2 |10~18|2,070 |1,000
(1.2344,1.2379)
Below 265HB 160 | 0.2 | 8~10 /2000 400| 190 | 0.2 |10~12[1590 | 480| 190 | 0.2 |10~12/1,500 | 640
T o 70 0.2 |8~16 /3200 770|~70 | 02 |10~20 2550 920|~70 0.2 |10~18 2,550 | 1,220
~30-
BSI0-SBHAC | yosot5 | 120 | 02 | 8~16|2400| 480| 120 | 0.2 |10~20/1910| 570| 120 | 0.2 |10~18/ 1910 760
1.2311, P20
e 160 | 0.2 | 8~10 /1800 360| 190 | 02 |10~12/1,430 430| 190 | 0.2 |10~12/1,430| 570
TUN\— R4 ~ ~ ~ ~ ~ ~
AT 70 | 0.2 |8~16/2600| 620|~70 | 02 |10~202,070| 750|~70 0.2 |10~18 2,070 | 1,000
<t 38-
B 38-43HAC | yogo1s | 120 | 02 | 8~16|2,200| 440| 120 0.2 |10~20/1,750| 530| 120 | 02 |10~18/1,750 | 700
(1.2311, P21)
36-43HRC 160 | 0.2 |8~10/1,600 320| 190 | 02 |10~12(1,270| 380| 190 | 0.2 |10~12/1,270| 510
AN ~ ~ ~ - ~ ~
sohnE 70| 0.2 |8~16/2000| 400|~70 | 02 |10~20 1,600  480|~70 0.2 |10~18 1,600 640
fiEx42-52HRC
e 0cie | ycsots | 120 | 0.2 |8~16 1,600 320| 120 | 02 |10~20/1,280| 380 120 0.2 |10~18 1,280| 510
(1.2344,1.2379)
49-52HRC 160 - - - - 190 - - - - 190 - - - -
. ~70 | 02 |8~16 4,000 1,600 ~70 | 0.2 [10~20/3,180|1,910| ~70 | 02 |10~18|3,180 | 2,540
B 300HBIUT
Greyj(modumaiﬂmn Jc8015 | 120 | 0.2 |8~16 (3,000 900| 120 | 0.2 |10~20(2,390|1,080 | 120 | 0.2 |10~18|2,390 | 1,430
GG, GGG
Below 300HB 160 | 0.2 | 8~10|2600 520| 190 | 02 |10~12(2,070| 630| 190 | 0.2 |10~12/2,070 | 830
2FUURE ~70 | 02 |8~16|3,600 1,080|~70 0.2 10~202,860 1,200 | ~70| 0.2 10~18 2,860 1,720
(SUS304)
B 250HBIAT | JCB015 | 120 | 0.2 | 8~16|2,600| 620| 120 | 02 |10~20/2,070| 750 120 0.2 |10~18 2,070 | 1,000
Stainless steel
Below 250HB 160 | 0.2 | 8~10 /2000 400| 190 | 02 |10~12/1590 480| 190 | 0.2 |10~12 1,500 | 640
~70 | 02 |8~16|1,000 300|~70 02 |10~20| 800 360|~70 | 0.2 |10~18| 800 | 480
FovaR
(T-6A-4V) | JC8015 | 120 | 02 |8~16| 600| 120| 120 | 0.2 |10~20 480 150| 120 02 |10~18| 480 | 200
Titanium alloy
160 | 0.2 |8~10| 600 120| 190 | 02 |10~12| 480| 150| 190 | 0.2 |10~12 480| 200

2 IDRINRHELRE, ap: BIARDOYNAHRE, Ge: FEAMDEYLAHRE, n: TEEERE, Vi:E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDEEEIR
1) EECDUIHISEME BERAIES KOO — TR TRELZE W,

2) UUWHRELUIBEF AR FES Z LEEMIEXBEUTLREV. H2VFEVREZ T IFTERLEE L,

3) WRENNABDHBE(E FTUHAHFRIZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBEZEITOTRE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



/ADIJET@
EE{TLIFAYPHW::-F/-24#; A%3EIBRF YT (KiEDYIHISEEF
Low feed conditions for "YPHW * -F/-24-type inserts" (For bottom face finishing)

AMIYI A EIAS5=AYE " MAXH + BBE—E(TY15—NvyREBF—IVEBEY+>2o7—/\) MOX and MSN type
TE%Z (mm) Tool dia.

5 M+ 5;7};; 25 /26
Work materials X#L No. of teeth 4N K%L No. of teeth BN
Grades 2 a0 26 n Vi 2 a0 26 A Vi
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
BRERSH ~90 02 |125~25| 2550 1,530 ~90 02 |125~22| 2550 1,910
EESEO%SSS&)-F
50HBL
‘C-(arbon e JC8015 | 140 02 | 125~25 1910 920 140 02 |125~22 1910 | 1,150
€50, C55
Below 25048 210 02 | 125~15 1,660 660 210 02 | 125~15 1,660 830
T5i ~90 02 |125~25 2290 | 1370 | ~90 02 |125~22| 2290 | 1,710
(SKD61, SKD11)
BE20OHBIT | yogo1s | 140 02 |125~25 1,660 800 140 02 | 125~22| 1660 | 1,00
(1.2344,1.2379)
Below 2558 210 02 | 125~15| 1,270 510 210 02 | 125~15| 1270 640
TN\~ ~90 02 | 125~25 2,040 980 | ~90 02 |125~22 2040 | 1,220

(HPM?7, PX5, P20)
@< 30-36HRC

Vol seel | JC8015 | 140 02 |125~25 1530 610 140 02 |125~22 1530 770
(1.2311, P20)
30-36HRC 210 02 |125~15| 1,150 460 210 02 |125~15| 1,150 580
TU\— RV8B - ~ _ _

At 90 02 |125~25 1,660 800 90 02 |125~22| 1660 | 1,000
s -

B38-43HRC | yogo1s | 140 02 | 12.5~25| 1,400 560 140 0.2 | 125~22| 1,400 700
(1.2311, P21)
38-43HRC 210 02 |125~15 1,020 410 210 02 |125~15 1,020 510
R ~90 02 |125~25| 1,270 510 | ~90 02 |125~22| 1,270 640

(SKD61, DAC, DHA)
fiEgx42-52HRC

T ona e stee, | /8015 140 02 |125~25| 1,020 410 140 02 [125~22| 1,020 510
(1.2344,1.2379)
42-52HRC 210 - - - - 210 - - - _
19’9“9*(';’0"7%;)”/%5* ~90 02 |125~25| 2550 2,040 ~90 02 |125~22| 2550 2,550
FE300HBIL T
Greyﬁé(Nodmmimn JC8015 140 02 |125~25| 1,910 1,150 140 02 [125~22| 1,910 1,440
GG, GGG
Below 300HB 210 02 |125~15| 1,660 660 210 02 |125~15| 1,660 820
25V ~90 02 |125~25| 2290 1,370 ~90 02 [125~22| 2290 1,710
(SUS304)
BE250HBIUT | JC8015 140 02 |125~25| 1,660 800 140 02 |125~22| 1,660 1,000
Stainless steel
Below 250HB 210 02 |125~15| 1,270 510 210 02 |125~15| 1,270 640
~90 02 |125~25 640 380 ~90 02 |125~22 640 480
FoUER
(Ti-6AI-4V) | JC8015 140 02 |125~25 380 150 140 02 |125~22 380 190
Titanium alloy
210 02 |125~15 380 150 210 02 |125~15 380 190

2 IDRINRHELES, ap: MARDYNHAHKRE, Ge: FEAMDEYLAZRE, n: TEREERE, Vi:E)RE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EDOEEEIR
1) LEEDLTHISAS . RIS KO — IR U TRELIEE L,

2) UUWHREUIBEF ANAHFS Z LEEBIEXLBHEUTREV, 2 VFEVREZ T IFTERLEE L,

3) WHENABDBE(E FTUAHFREZEELLUTLKREEVURICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZITOTRE W HIC IEMCTOFvETA NI TRV FTRURISEELSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



Ouick & Mini

New generation high feed mill

el i

[RE{LLIFH YPHW:*-F/-247/; I5E3ERF v T (KXDVIREISEH

Low feed conditions for "YPHW *-F/-24-type inserts" (For bottom face finishing)
QAMTYI A EIaAT—AYF MAXH + BE—B(EY15—\vRBAZ—IVEBEY v+ 7—I\) MaX and MSN type

TER (mm) Tool dia.

5l 5;%; 30/32/35 32/35
Work materials X#L No. of teeth SN F#8 No. of teeth BN
Grades 2 a0 e n Vi 2 a0 e n Vi
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
RS ~100 0.2 16~32 | 1,990 1,490 | ~100 0.2 16~30 | 1,990 1,790
EEESE%CD’IEESS'F
C
Caton s JC8o15 | 150 02 | 16~32 | 1990 | 1490 150 02 | 16~30 | 1,990 | 1,790
€50, C55
Below 250HB 210 02 | 16~32 | 1,490 900 210 02 | 16~30 | 1490 | 1,070
T2 ~100 02 | 16~32 | 1,790 | 15340 | ~100 02 | 16~30 | 1,790 | 1610
(SKD61, SKD11)
BE2ooHBAT | yogots | 150 | 02 | 16~82 | 1,790 | 1,340 150 | 02 | 16~30 | 1,790 | 1,610
(1.2344,1.2379)
Below 255HB 210 02 | 16~32 | 1,290 770 210 02 | 16~30 | 1,290 920
kAL 100 02 | 16~32 | 1,600 960 100 02 | 16~30 | 1,600 | 1,150
120-
WSIDSOHRC | yogots| 150 | 02 | 16~32 | 1600 | 960 150 | 02 | 16~30 | 1,600 | 1,150
1.2311, P20
( 30-36HRC ) 210 02 | 16~32 | 1,200 600 210 02 | 16~30 @ 1,200 720
T, 100 02 | 16~32 | 1,300 780 100 02 | 16~30 | 1,300 940
=7 -
B3843HAC  yogots | 150 | 02 | 16~32 | 1,300 780 150 | 02 | 16~30 | 1,300 940
(1.2311, P21)
38-43HRC 210 02 | 16~32 | 1,100 550 210 02 | 16~30 | 1,100 660
BEANSE ~ ~ ~ ~
sohnE 100 02 | 16~32 | 1,000 500 100 02 | 16~30 | 1,000 600
Ex42-52HRC
H(a;aened e JC8015 | 150 02 | 16~32 | 1,000 500 150 02 | 16~30 | 1,000 600
1.2344,1.2379
4-59HRC 210 02 | 16~20 800 400 210 02 | 16~20 800 480
M&}('F?ég)) VR ~100 02 | 16~32 | 1,990 | 1,990 | ~100 02 | 16~30 | 1990 | 2390
FE300HBIL TR
Greyj(modmﬁrca?“mn JC8o15 | 150 02 | 16~32 | 1,990 | 1,990 150 02 | 16~30 | 1990 | 2390
GG, GGG
Below, 30048 210 02 | 16~32 | 1490 | 1,120 210 02 | 16~30 | 1490 | 1,340
257V ~100 02 | 16~32 | 1,790 | 1340 | ~100 02 | 16~30 | 1790 | 1,610
(SUS304)
BE250HBLLT | JC8015 | 150 02 | 16~32 | 1790 | 1,340 150 02 | 16~30 & 1790 | 1,610
Stainless steel
Below 250HB 210 02 | 16~32 | 1,290 770 210 02 | 16~30 | 1,290 920
~100 02 | 16~32 500 380 | ~100 02 | 16~30 500 460
FIUES
(Th6A4v) | Jc8o15 | 150 02 | 16~32 500 380 150 02 | 16~30 500 460
Titanium alloy
210 02 | 16~20 300 150 210 02 | 16~20 300 180

2 IDRINRHELRE, ap: BIARDOYNAHRE, Ge: FEAMDEYLAHRE, n: TEEERE, Vi:E)RE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDEEEIR
1) EECDUIHISEME BERAIES KOO — TR TRELZE W,

2) UUWHRELUIBEF AR FES Z LEEMIEXBEUTLREV. H2VFEVREZ T IFTERLEE L,

3) WRENNABDHBE(E FTUHAHFRIZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBEZEITOTRE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



/ADIJET@
EE{TLIFAYPHW::-F/-24#; A%3EIBRF YT (KiEDYIHISEEF
Low feed conditions for "YPHW * -F/-24-type inserts" (For bottom face finishing)

AMIYI A EIAS5=AYE " MAXH + BBE—E(TY15—NvyREBF—IVEBEY+>2o7—/\) MOX and MSN type
TEZ (mm) Tool dia.

% Ml 41 5;7};; 20/42 =
Work materials K%L No. of teeth BN K%L No. of teeth 7N
Grades 2 a0 26 n Vi 2 a0 26 A Vi
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
BRERSH ~100 0.2 20~40 | 1,590 1,430 | ~100 0.2 20~38 | 1,590 1,670
EESEO%SSS&)-F
50HBL
‘C-(arbon Ste?l JC8015 150 0.2 20~40 | 1,590 1,430 150 0.2 20~38 | 1,590 1,670
€50, C55
Below 250HB 210 0.2 20~40 | 1,190 860 210 0.2 20~38 | 1,190 1,000
T8 ~100 0.2 20~40 | 1,430 1290 | ~100 0.2 20~38 | 1,430 1,500
(SKD61, SKD11)
B20OHBAT | yogots | 150 | 02 | 20~40 | 1430 | 1290 150 | 02 | 20~38 | 1430 | 1500
(1.2344,1.2379)
Below 255HB 210 0.2 20~40 | 1,030 740 210 0.2 20~38 | 1,030 870
TUN—R/ ~100 0.2 20~40 | 1,270 920 | ~100 0.2 20~38 | 1,270 1,070

(HPM?7, PX5, P20)
@< 30-36HRC

o | 408015 | 150 02 | 20~40 | 1270 920 150 02 | 20~38 | 1270 | 1,070
(Eﬁﬂﬁé’) 210 02 | 20~40 950 570 210 02 | 20~38 950 670
(ﬂ%é’;ﬁfﬁ) ~100 0.2 | 20~40 | 1,030 740 | ~100 | 02 | 20~38 | 1,030 870
B8 AIHRC yogo1s | 150 | 02 | 20~40 | 1,030 740 150 | 02 | 20~38 | 1,030 870
(2311, 521 210 | 02 | 20~40 | 870 | 520 210 | 02 | 20~38 | 870 | 610
BEANE ~100 0.2 20~40 800 480 | ~100 0.2 20~38 800 560

(SKD61, DAC, DHA)
fiEgx42-52HRC

T ona e stee, | /8015 150 0.2 20~40 800 480 150 0.2 20~38 800 560
(1.2344,1.2379)
49-59HRC 210 0.2 20~40 640 380 210 0.2 20~38 640 440
19’9“9*(';’0"7%;)”/%5* ~100 0.2 20~40 | 1,590 1,910 ~100 0.2 20~38 | 1,590 2,230
FE300HBIL T
Greyjé(Nodmmimn JC8015 150 0.2 20~40 | 1,590 1,910 150 0.2 20~38 | 1,590 2,230
GG, GGG
Below 300HB 210 0.2 20~40 | 1,190 1,070 210 0.2 20~38 | 1,190 1,250
25U ~100 0.2 20~40 | 1,430 1,290 | ~100 0.2 20~38 | 1,430 1,500
(SUS304)
FE250HBLLT | JC8015 150 0.2 20~40 | 1,430 1,290 150 0.2 20~38 | 1,430 1,500
Stainless steel
Below 250HB 210 0.2 20~40 | 1,030 740 210 0.2 20~38 | 1,030 870
~100 0.2 20~40 400 360 | ~100 0.2 20~38 400 420
FoUER
(Ti-6AI-4V) | JC8015 150 0.2 20~40 400 360 150 0.2 20~38 400 420
Titanium alloy
210 0.2 20~40 240 140 210 0.2 20~38 240 170

2 IDRINRHELES, ap: MARDYNHAHKRE, Ge: FEAMDEYLAZRE, n: TEREERE, Vi:E)RE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EDOEEEIR
1) LEEDLTHISAS . RIS KO — IR U TRELIEE L,

2) UUWHREUIBEF ANAHFS Z LEEBIEXLBHEUTREV, 2 VFEVREZ T IFTERLEE L,

3) WHENABDBE(E FTUAHFREZEELLUTLKREEVURICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZITOTRE W HIC IEMCTOFvETA NI TRV FTRURISEELSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



Ouick & Mini

New generation high feed mill

e,

[RE{LLIFH YPHW:*-F/-247/; I5E3ERF v T (KXDVIREISEH

Low feed conditions for "YPHW *-F/-24-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

TER (mm) Tool dia.

w227 40
Work materials e X#L No. of teeth BN X#L No. of teeth 7N
Grades 2 ap e n Vi 2 ap e n Vi
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
R ~150 0.2 20~40 | 1590 1430 | ~150 0.2 20~38 | 1590 1,670
<§;500, 855C) 200 0.2 20~40 | 1,590 1,430 200 0.2 20~38 | 1,590 1,670
BC2S0HBET | yogo1s | 250 | 0.2 | 20~40 | 1,190 860 250 | 02 | 20~38 | 1,190 | 1,000
(C50, C55) 300 0.2 20~22 | 1,030 620 300 0.2 20~22 | 1,030 720
Below 250HB 350 _ _ _ _ 350 _ _ _ _
TESR ~150 0.2 20~40 | 1,430 1,290 | ~150 0.2 20~38 | 1,430 1,500
(Sngﬁt SKD11) 200 0.2 20~40 | 1,430 1,290 200 0.2 20~38 | 1,430 1,500
BE20oHBAT | yogots | 250 | 02 | 20~40 | 1,080 740 250 | 02 | 20~38 | 1,030 870
(192?44, 21'2?1739) 300 0.2 20~22 800 480 300 0.2 20~22 800 560
elow 255 350 _ _ _ _ 350 _ _ _ _
TUN\—RVEE ~150 0.2 20~40 | 1270 920 | ~150 0.2 20~38 | 1270 1,070
HPA7 PXS. P20 200 | 02 | 20~40 | 1270 920 200 | 02 | 20~38 | 1270 | 1,070
E“Mok;steel JC8015 250 0.2 20~40 950 570 250 0.2 20~38 950 670
(12311, P20) 300 0.2 20~22 720 430 300 0.2 20~22 720 500
30-36HRC 350 — — — — 350 — — — _
TUN— RV ~150 0.2 20~40 | 1,030 740 | ~150 0.2 20~38 | 1,030 870
(NAKBO, HPM1, P21) 200 0.2 20~40 | 1,030 740 200 0.2 20~38 | 1,030 870
B3843HAC | yosots | 250 | 0.2 | 20~40 | 870 520 250 | 02 | 20~38 | 870 610
(1é2831;HE%1) 300 0.2 20~22 640 380 300 0.2 20~22 640 440
- 350 - - - - 350 - - - -
A NSE ~150 0.2 20~40 800 480 | ~150 0.2 20~38 800 560
(%RBJ’QD?SHDSQ) 200 0.2 20~40 800 480 200 0.2 20~38 800 560
o donon e siog) | JC8015 250 0.2 20~40 640 380 250 0.2 20~38 640 440
(1.2344, 1.2379) 300 0.2 20~22 400 120 300 0.2 20~22 400 140
42-52HRC 350 _ _ _ _ 350 _ _ _ _
RFH- 4 LE% ~150 0.2 20~40 | 1,590 1910 | ~150 0.2 20~38 | 1590 | 2,230
E*(ggbﬁgglﬂ 200 0.2 20~40 | 1590 1,910 200 0.2 20~38 | 1590 | 2,230
Grey & Noduarcastiron | /€801 250 0.2 20~40 | 1,190 1,070 250 0.2 20~38 | 1,190 1,250
Bé?o%& SS&)B 300 0.2 20~22 | 1,030 620 300 0.2 20~22 | 1,030 720
350 = = = = 350 = = = =
- ~150 0.2 20~40 | 1,430 1290 | ~150 0.2 20~38 | 1430 1,500
(SUS304) 200 0.2 20~40 | 1,430 1,290 200 0.2 20~38 | 1,430 1,500
#Ee250HBLLT | JC8015 250 0.2 20~40 | 1,030 740 250 0.2 20~38 | 1,030 870
S‘B‘:l'gx;%gﬁg' 300 0.2 20~22 800 480 300 0.2 20~22 800 560
350 - - - - 350 - - - -
~150 0.2 20~40 400 360 | ~150 0.2 20~38 400 420
FHUES 200 0.2 20~40 400 360 200 0.2 20~38 400 420
(Ti-6AI-4V) | JC8015 250 0.2 20~40 240 140 250 0.2 20~22 240 160
Titanium alloy 300 0.2 20~22 240 140 300 0.2 20~22 240 160
350 - - - - 350 - - - -

R RHULRE, ap: MiAMOYTIAHRSE, Ge: FEAMDYNAHRE, n: TEMERE, Vi:X)ERE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDEEEIR
1) EECDUIHISEME BERAIES KOO — TR TRELZE W,

2) UUWHRELUIBEF AR FES Z LEEMIEXBEUTLREV. H2VFEVREZ T IFTERLEE L,

3) WRENNABDHBE(E FTUHAHFRIZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBEZEITOTRE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



// DIJET

[RE{L LY H YPHW:*-F/-247/; I5E3ERF v T (KXDUIREISEM

Low feed conditions for "YPHW * -F/-24-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QAXPHR QXP type (facemill type)
TEfZ (mm) Tool dia.

w7 50 50/52

Work materials Grades X#L No. of teeth 7N X#L No. of teeth 8N
2 ap ae n Vi 2 ap Qe n %8
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
[ ~150 0.2 25~50 | 1,270 1,330 | ~150 0.2 25~48 | 1,270 1,530
§50& 855C) 200 0.2 25~50 | 1,270 1,330 200 0.2 25~48 | 1,270 1,530
WC2S0HBUIT | jcgots | 260 | 02 | 25~50 | 1,270 | 1,200 250 | 02 | 25~48 | 1270 | 1,380
(€50, C55) 300 0.2 25~-50 950 800 300 0.2 25~48 950 910
Below 250HB 350 0.2 25~28 950 800 350 0.2 25~28 950 910
TES ~150 0.2 25~50 | 1,150 1210 | ~150 0.2 25~48 | 1,150 1,380
(SngﬁtsKDjﬂ 200 0.2 25~50 | 1,150 1,210 200 0.2 25~48 | 1,150 1,380
BE20OHBAT | yogots | 250 | 02 | 25~50 | 1,150 | 1,090 250 | 02 | 25~48 | 1,150 | 1,250
(1.2344, 1.2379) 300 0.2 25~50 830 700 300 0.2 25~48 830 800
Below 255HB 350 0.2 25~28 830 700 350 0.2 25~28 830 800
(ﬁﬁfaﬁxﬁéﬁm& ~150 0.2 25~50 | 1,020 860 | ~150 0.2 25~48 | 1,020 980
BEI0IHRC | conys | om0 07 | 2380 | 1020 | 770 | om0 | 02 | s5ds | T0o0 | a0

Mold steel : ) : )
(1.2311, P20) 300 0.2 25~50 760 530 300 0.2 25~48 760 610
30-36HRC 350 0.2 25~28 760 530 350 0.2 25~28 760 610
JUN\—RUSE ~150 0.2 25~50 830 700 | ~150 0.2 25~48 830 800
(ENE{\Q%BHZ“QL PRZC1) ) 200 0.2 25~50 830 700 200 0.2 25~48 830 800
Viold stenl | JC8015 250 0.2 25~50 830 630 250 0.2 25~48 830 720
(1.2311, P21) 300 0.2 25~50 700 490 300 0.2 25~48 700 560
38-43HRC 350 0.2 25~28 700 490 350 0.2 25~28 700 560
B AN ~150 0.2 25~50 510 360 | ~150 0.2 25~48 510 410
(SKD61, DAC, DHA) 200 0.2 25~50 510 360 200 0.2 25~48 510 410

gt 42-52HRC

e smg) | JC8015 250 0.2 25~50 510 340 250 0.2 25~48 510 390
(1.2344, 1.2379) 300 0.2 25~50 380 270 300 0.2 25~48 380 310
42-52HRC 350 0.2 25~28 380 270 350 0.2 25~28 380 310
NFB- (L E% ~150 0.2 25~50 | 1,270 1780 | ~150 0.2 25~48 | 1270 2,030
@*(ggbﬁ:glﬂ 200 0.2 25~50 | 1,270 1,780 200 0.2 25~48 | 1,270 2,030
Grey & Noduarcastiron | /€801 250 0.2 25~50 | 1,270 1,560 250 0.2 25~48 | 1,270 1,780
(GG, GGG) 300 0.2 25~50 950 1,000 300 0.2 25~48 950 1,140
Below 300HB 350 0.2 25~28 950 1,000 350 0.2 25~28 950 1,140
- ~150 0.2 25~50 | 1,150 1,210 | ~150 0.2 25~48 | 1,150 1,380
(SUS304) 200 0.2 25~50 | 1,150 1,210 200 0.2 25~48 | 1,150 1,380
Ee250HBLLT | JC8015 250 0.2 25~50 | 1,150 1,090 250 0.2 25~48 | 1,150 1,250
Sét;'gv'jszzgt:g' 300 0.2 25~50 830 700 300 0.2 25~48 830 800
350 0.2 25~28 830 700 350 0.2 25~28 830 800

~150 0.2 25~50 320 340 | ~150 0.2 25~48 320 390

FHUEee 200 0.2 25~50 320 340 200 0.2 25~48 320 390
(Ti-6Al-4V) | JC8015 250 0.2 25~50 320 300 250 0.2 25~48 320 340
Titanium alloy 300 0.2 25~50 190 160 300 0.2 25~48 190 180
350 0.2 25~28 190 160 350 0.2 25~28 190 180

R:RHURE, ap: 8iAMOYHAHRSE, Ge: ¥BAMDYNAHRE, n: TEEERE, Vi:X)EE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EDOEEEIR
1) LEEDLTHISAS . RIS KO — IR U TRELIEE L,

2) UUWHREUIBEF ANAHFS Z LEEBIEXLBHEUTREV, 2 VFEVREZ T IFTERLEE L,

3) WHENABDBE(E FTUAHFREZEELLUTLKREEVURICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZITOTRE W HIC IEMCTOFvETA NI TRV FTRURISEELSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



Ouick & Mini

New generation high feed mill

el i

[RE{LLIFH YPHW:*-F/-247/; I5E3ERF v T (KXDVIREISEH

Low feed conditions for "YPHW *-F/-24-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

TER (mm) Tool dia.

wmua |77 63/66

Work materials L F# No. of teeth 8N
ETEets 2 ap e n Vi
(mm) (mm) (mm) (min) (mm/min)
KR ~200 | 02 | 31~63 | 1,000 | 1,200
(850, 5550) 250 0.2 31~63 | 1,000 | 1,200
WC2S0HBET | yogo1s | 300 | 0.2 | 31~63 | 1,000 | 1,080
(050, C55) 350 | 02 | 31~63 | 750 720
Below 250HB 400 | 02 | 31~35 | 750 720
N ~200 | 02 | 31~63 | 910 | 1,090
SKD61, SKD11 250 | 02 | 31~63 | 910 | 1,090
B2osHBIAT | ycgots | 300 | 02 | 31~63 | 910 | 990
(1.2344,1.2379) 350 0.2 31~63 660 640
Below 255HB 400 | 02 | 31~35 | 660 640
JUN—R ~200 | 02 | 31~63 | 800 770
P, o) 250 | 02 | 31~63 | 800 770
Voldsteel 908015 300 | 02 | 31~63 | 800 690
(12311, P20) 350 | 02 | 31~63 600 480
30-36HRC 400 | 02 | 31~35 | 600 480
FUN\— R ~200 | 02 | 31~63 | 650 620
(NAKBO, HPM1, P21) 250 0.2 31~63 650 620
B38-43HAC | yosots | 300 | 02 | 31~63 | 650 560
(1.2311, P21) 350 | 02 | 31~63 | 550 440
38-43HRC 400 0.2 31~35 550 440
A ~200 | 02 | 31~63 | 400 320
(SKDG1, DAC, DHA) 250 02 | 31~63 400 320

fiEt42-52HRC

o donon e siog) | JC8015 300 0.2 31~63 400 300
(1.2344,1.2379) 350 0.2 31~63 300 250
42-52HRC 400 0.2 31~35 300 250
nTH 5991 )E% ~200 0.2 31~63 | 1,000 1,600
ﬁ§+(§8bﬁg)ux 250 0.2 31~63 | 1,000 1,600
Gremodu,msﬂmn JC8015 300 0.2 31~63 | 1,000 1,400
(GG, GGG) 350 0.2 31~63 750 900
Below 300HB 400 0.2 31~35 750 900
2528 ~200 0.2 31~63 910 1,090
(SUS304) 250 0.2 31~63 910 1,090
EESL"ES'DHBL){l'F Jc8o15 300 0.2 31~63 910 990
tainless stee 350 0.2 31~63 660 640
Below 25018 400 | 02 | 31~35 | 660 640
~200 0.2 31~63 250 300

FHUES 250 0.2 31~63 250 300
(Ti-6AI-4V) | JC8O15 300 0.2 31~63 250 270
Titanium alloy 350 0.2 31~63 150 140
400 0.2 31~35 150 140

R RHULRE, ap: MiAMOYTIAHRSE, Ge: FEAMDYNAHRE, n: TEMERE, Vi:X)ERE
2 : Overhung length, ap: Depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDEEEIR
1) EECDUIHISEME BERAIES KOO — TR TRELZE W,

2) UUWHRELUIBEF AR FES Z LEEMIEXBEUTLREV. H2VFEVREZ T IFTERLEE L,

3) WRENNABDHBE(E FTUHAHFRIZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBEZEITOTRE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) EHTERDBEFYPHW-FEFY S EHELFT,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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

5) Recommend to use YPHW:-F type insert for better surface roughness.



// DIJET

EEHEINIAYPHW100320ZER-247; A%3EBRF v T EELHISRE
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTZY IR EVaS5—AvE/MQAXH + BE—E(TY1S5—AvREAZ—)VBIE+>2777—)\) MOX and MSN type

TEZ (mm) Tool dia.
wus | TV 16/17
Work materials 2L H# No. of teeth 2N
Grades 2 ap 3e n Vi
(mm) (mm) (mm) (min-') (mm/min)
TUN= R4 ~70 0.4 <7 4,400 2,200
(%Q%’BHZ%%) JC8015
Sodsia | (OH102)| 120 0.3 <7 4,400 2,200
12511, P21) 160 | 02 <7 | 4400 | 2200
AN ~70 0.25 <7 3,200 1,600
(%P*%DSASHDF'{-%) JG8015
HaFEeneddiesteel (DH102) 120 0.2 <7 3,200 1,600
(1.2344, 1.2379)
42-52HRC 160 - - - -
BEAN ~70 0.2 <6 2,000 800
(SKD11, SLD, DC11)
E};fngfdﬁef'sﬁeg DH102 | 120 0.15 <6 2,000 800
(1.2344, 1.2379)
55-62HRC 160 - - - -
TE®& (mm) Tool dia.
wula | TV 20 20/21
Work materials g XL No. of teeth 3N XL No. of teeth 4N
Grades £ ap Qe n %8 £ ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
FUN\—RVSE ~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
(NAK80, HPM1, P21) 168015
BABASHRC | onio| 120 | 03 <9 | 3500 | 2600 | 120 | 03 <9 | 3500 | 3500
12511, P21) 190 | 02 <9 | 3500 | 25600 190 | 02 <9 | 3500 | 3500
AN ~70 0.25 <9 2,550 1,900 ~70 0.25 <9 2,550 2,550
(SKD61, DAC, DHA) e
A2 DRHRC | onioy| 120 | 02 <9 | 2550 | 1900 | 120 | 02 <9 | 2550 | 2,550
(1.2344,1.2379)
42-52HRC 190 - - - - 190 - - - -
AN ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
(SKD11, SLD, DC11)
RCO0B2HAC | oio2 | 120 | 045 | <7 | 1600 | 90 | 120 | 015 | <7 | 1600 | 1,280
(1.2344,1.2379)
55-62HRC 190 - - - - 190 - - _ _

R IURINEHURS, ap: MARDYNAALRE, ge: XREAMOYNAHES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEEIR
1) EECOUIHISEME. BRAIES KTD— TN TRELEE W,

2) UUWHREUSEE ANAGRS Z LEEBIEINBHEUTLREV. BB VIFEVREZ T FTERLEE L,

3) BHEBATREDESE. FTVPAHFRSEZLLTLREEVRICNB KV VIZFFTERLEE L,

4) I7—=7O— KWWK TREMEBZTH>OTRE W FHIC IEMCTOFvETA NI TR FTRUBISERLEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill
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EaRIMTIAYPHW100320ZER-24#; A%XRF v T {REHISR

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMTYI R EIaS5—A\YF MAXH + BE—E(EY15—"NvyRBAF—)VBEY+>2o7—/ ) MaXand MSN type

TE&R (mm) Tool dia.
wu (T2 25 /26
Work materials miE X# No. of teeth 4N X# No. of teeth BN
Grades 2 ap Qe n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(ﬂéﬁéﬁﬁfﬁ?ﬂ ~90 0.4 <10 | 25800 | 2,800 | ~90 0.4 <10 | 2,800 | 3,500
BESeASHRC | 0| 140 | 03 | <10 | 2800 | 2800 | 140 | 03 | <10 | 2800 | 3500
1251, P21) 210 | 02 <10 | 2800 | 2800 | 210 | 02 <10 | 2800 | 3500
(SK[E)})?&%MDHA) ~90 0.25 <10 | 2,040 | 2040 | ~90 0.25 <10 | 2,040 | 2,550
BodeoiRC | eomy| 140 | 02 | <10 | 2040 | 2040 | 140 | 02 | <10 | 2040 | 2550
(1.2344,1.2379)
42-52HRC 210 = = = = 210 - - - =
(smf%fﬁﬁmn o) ~90 0.2 <8 1,270 1,020 ~90 0.2 <8 1,270 1,360
RCOSB2HAC | 1oz | 140 | 045 | <8 | 1270 | 1020 | 140 | 015 | <8 | 1270 | 1,360
(1.2344,1.2379)
55-62HRC 210 - - - - 210 - - - -
TER (mm) Tool dia.
wula | TV 30/32/35 32/35
Work materials & X% No. of teeth BN X% No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(NZKUB({\I-I_Pl\ll\I“{JEIQE) ~100 | 04 <13 | 2200 | 2750 | ~100 | 0.4 <13 | 2200 | 3,300
BeseASHRC | | 150 | 03 | <13 | 2200 | 2750 | 150 | 03 | <13 | 2200 | 3300
12511, P21) 20 | 02 <13 | 2200 | 2750 210 | 02 <13 | 2200 | 3,300
(SKDE?})?(?MDHA) ~100 | 025 <13 | 1,600 | 2000 | ~100 | 0.25 <13 | 1,600 | 2,400
Jpa achHC (JDCS%S) 150 | 02 <13 | 1600 | 2,000 150 | 02 <13 | 1600 | 2400
DER 210 | 015 | <13 | 1600 | 2,000 210 | 045 | <13 | 1600 | 2400
(smﬁéﬁﬁmb - ~100 0.2 <10 1,000 1,000 | ~100 0.2 <10 1,000 1,200
PCO062HAC | pHto2 | 150 | 045 | <10 | 1,000 | 1,000 150 | 015 | <10 | 1000 | 1200
(1.2535%2;.%%79) 210 | 0.1 <10 | 1,000 | 1,000 210 | 0.1 <10 | 1,000 | 1,200

2 IVRINEHURS, ap: MARDYNAALARSE, ge: XREAMDOYNAAES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER EDOEEEIR
1) EECOUIHISRME BERAIIES KD —TBIECIRU TRELEE W,

2) UUWHRELUISEF ANAH TS Z LEEBIEX BEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) WHENABDBE(E FFTUHAHFREZELUTLKREEVRICNB KU VIZTIFTERLIEE L,

4) I7—=7O— XKWWK TREMBZTOTREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



// DIJET

EEHEINIAYPHW100320ZER-247; A%3EBRF v T EELHISRE
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTYIZ EIaT5=\YvE MQXH + BE—H(TY 15— NvyREAF—IVBIEY+>/27—)\) MaX and MSN type

TE& (mm) Tool dia.
wu s | TV 40/42 40
Work materials 2L H# No. of teeth BN X% No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
TUN—=RVif ~100 0.4 <17 1,750 2,620 | ~100 0.4 <17 1,750 3,060
(NAK80, HPM1, P21) 108015
iR 38 4SHRC oo | 150 | 03 <17 | 1,750 | 2620 150 0.3 <17 | 1750 | 3,060
(12511, P21) 210 | 02 <17 | 1750 | 2620 | 210 | 02 <17 | 1750 | 3,060
AN ~100 0.25 <17 1,270 1,900 | ~100 0.25 <17 1,270 2,220
(SKD61, DAC, DHA) o
Eﬁe“ngfje'*s?eg onion| 180 | 02 <17 | 1270 | 1,900 150 0.2 <17 | 1270 | 2220
S e 210 | 015 | <17 | 1270 | 1000 | 210 | 015 | <17 | 1270 | 2220
AN ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
et
FEa;aene p dieste? DH102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
1.2344,1.237
535.6'2HR§ k 210 0.1 <13 800 960 210 0.1 <13 800 1,120

R IVRINRHELERER, ap: ARDYNAALRE, Ge: ¥ RAMDYNAAZEE, n: TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALDOXEEIR
1) LEEDUIRISRAS . RIS KO T —IBIEICRU TRELIEE L,

2) CUUHREUZEF ABAHFREZ LEEMELVBELLTLREEVN. HBNFEDEEZ FFTERLEE .

3) BWEBNTEDZEF. FTVIAHFREIEZLLTLREEV RICNB KO VIZ T FTERLEE L,

4) I7—=70O— LKW TREMBEZITO TR E WV, FHT IMCTOFrET NI TRV FTREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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



Ouick & Mini

New generation high feed mill

el i

EaRIMTIAYPHW100320ZER-24#; A%XRF v T {REHISR

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMIYIRX KT IALTITSA R, QXPH; QXP type (facemill type)

TE% (mm) Tool dia.

w727 40 40
Work materials | P& H# No. of teeth 6N TE No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae / Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
S \— RY4E ~100 0.4 <17 1,750 | 2,620 | ~100 04 <17 1,750 | 3,060
(iago, Howri pot)| 150 03 <17 1,750 | 2,620 150 03 <17 1,750 | 3,060
iR 38 4SHRC (Di1op)| 200 | 02 <17 | 1,750 | 2620 200 | 02 <17 | 1,750 | 3,060
(1.2311, P21) 250 0.15 <17 1,750 2,620 250 0.15 <17 1,750 3,060
38-43HRC 300 - — — _ 300 - _ _ _
BN ~100 0.25 <17 1270 | 1,900 | ~100 0.25 <17 1270 | 2,220
(SKDGT, DAC, DHAY | . 150 0.2 <17 1270 | 1,900 150 0.2 <17 1270 | 2,220
ke (oHio)|__200 | 0.1 <17 | 1,270 | 1,900 200 | 0.5 <17 | 1270 | 2220
(1.2344, 1.2379) 250 0.1 <17 1,270 | 1,900 250 0.1 <17 1270 | 2,220
42-52HRC 300 = = = = 300 = = = =
AN ~100 02 <13 800 960 | ~100 0.2 <13 800 | 1,120
(SKD11,SLD, DC1) 150 0.15 <13 800 960 150 0.15 <13 800 | 1,120
IRCO562HAC | prioz | 200 | 0.1 <13 800 960 200 | 0.1 <13 800 | 1,120
(1.2344,1.2379) 250 - - - - 250 - - - -
55-62HRC 300 - - - - 300 - - - —

TE% (mm) Tool dia.

wmua |72 50 5052
Work materials i T#L No. of teeth 7N T#L No. of teeth 8N
Grades 2 ap ae n Vi 2 dp de | f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TU)\— R ~150 | 04 <21 1,400 | 2450 | ~150 | 04 <21 1,400 | 2,800
(VAKBO, HPMT P2Y) 200 | 03 <21 1,400 | 2,450 200 | 03 <21 1,400 | 2,800
iR 38 4SHRC (Diton)| 250 | 02 <21 | 1400 | 2450 250 | 02 <21 | 1,400 | 2,800
(12311, P21) 300 | 015 <21 1,400 | 2,450 300 | 015 <21 1,400 | 2,800
38-43HRC 350 _ _ _ Z 350 - _ _ _
5\ 3B ~150 | 0.25 <21 1,020 | 1,780 | ~150 | 0.25 <21 1,020 | 2,040
(SKOGT,DAG DHA) | | 200 | 0.2 <21 1,020 | 1,780 200 | 0.2 <21 1,020 | 2,040
e S EHRC | omos) | 280 | 015 | <21 | 1,020 | 1,780 250 | 015 | <21 | 1,020 | 2040
(1.2344. 1.0379) 300 | 01 <21 1,020 | 1,780 300 | 01 <21 1,020 | 2,040
42-52HRC 350 - - - - 350 - - — -
A NSE ~150 | 0.2 <17 640 900 | ~150 | 0.2 <17 640 | 1,030
(SKD1, SLD, DG11) 200 | 015 <17 640 900 200 | 015 <17 640 | 1,030
IRCO562HAC | pHtoz | 250 | 0.1 <17 640 900 250 | 0.1 <17 640 | 1,030
(1.2344,1.2379) 300 - - - - 300 - - - -
55-62HRC 350 - - - - 350 - - — _

2 RHELRS, ap: MARDYHAAKRE, Ge: XEAMOYNAAFE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER EOEEEIR
1) EECOVIHISRAF IS ERBIES KO0 — I BIEICIN O THEEL ST,

2) UUWHREUISEF ANAR TS Z LEEBIEXBEUTLREV. H2VFEVEEZ T IFTERLEE L,

3) WHENARBDBE(E FTUAHFREZELUTLKEEVRICNB KU VIZTIFTERLIEE L,

4) I7—=7O— KWWK TREMBZITOTREE W HIC IEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



// DIJET

EEHEINIAYPHW100320ZER-247; A%3EBRF v T EELHISRE
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMIYIRX KT IALTITSA R, QXPH; QXP type (facemill type)

TE& (mm) Tool dia.
wmu s |77 63/66
Work materials | ™78 TE No. of teeth 8N
Grades 1 ap ae F
(mm) (mm) (mm) (min”) (mm/min)
JUN— RS ~150 0.4 <26 1,110 2,220
(l\éélfggaHIZl\éIng) 108015 200 0.4 <26 1,110 2,220
LNIoId steel (DH102) 250 0.3 <26 1,110 2,220
(1.2311, P21) 300 0.2 <26 1,110 2,220
38-43HRC 350 0.15 <26 1,110 2,220
AN ~150 0.25 <26 810 1,620
(%_D\_Gj ,EDSASHD;Ié\) 108015 200 0.25 <26 810 1,620
Haaened die steel | (DH102) 250 0.2 <26 810 1,620
(1.2344,1.2379) 300 0.15 <26 810 1,620
42-52HRC 350 0.1 <26 810 1,620
AN ~150 0.2 <21 500 800
(SKQ\]L SLD, DC11) 200 0.2 <21 500 800
IREOSB2HAC | b0z | 250 | 045 | <of 500 800
(1.2344,1.2379) 300 0.1 <21 500 800
55-62HRC 350 — — _ —

R RHLEZ, ap: ShARDYHAHFRSE, Ge: FEARDYNAHFRE, N : TEREERE, Vi XIhRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALDOXEEIR
1) LEEDUIRISRAS . RIS KO T —IBIEICRU TRELIEE L,

2) CUUHREUZEF ABAHFREZ LEEMELVBELLTLREEVN. HBNFEDEEZ FFTERLEE .

3) BWEBNTEDZEF. FTVIAHFREIEZLLTLREEV RICNB KO VIZ T FTERLEE L,

4) I7—=70O— LKW TREMBEZITO TR E WV, FHT IMCTOFrET NI TRV FTREB(TERLSIZE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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N=FhLAIEEIFAYPHW-F1# 3I5%3ERFy T (CBN) FEEIHISG

Recommended cutting conditions for "YPHW-F1-type inserts" (For up & down finishing)
QAMTYIZ EIa5=\YvE MQXF + BEE—R(TY 15— NvyREA—IVEBEYv+>27—I)\) MaX and MSN type

TE& (mm) Tool dia.

wmul | 727 16/17 50
Work materials 2L H# No. of teeth 2N X# No. of teeth 3N
Grades 2 Pi ae n Vi 2 Pi ae . Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANSE ~80 05 <0.10 8,950 | 1,430 ~100 0.6 <0.10 7,160 | 1,720
Fa
I-Ear(ci_eneddiestesel JBN795 120 0.5 <0.10 7,960 | 1,110 150 0.6 <0.10 6,370 | 1,340
1.2344,1.2379
42-52HRC 160 - - - - 190 - . _ _
nﬁggﬁﬁ% ~80 0.5 <010 | 14,900 | 4,020 ~100 0.6 <0.10 | 11,900 | 4,820
e 300HBLLT
Gtey castiron | JBN795 120 0.5 <010 | 14,900 | 3,580 150 0.6 <010 | 11,900 | 4,280
Bemv??mHB 160 0.5 <010 | 14,900 | 2,980 190 0.6 <040 | 11,900 | 3,570
9"7%55/%%% ~80 0.5 <010 | 13,900 | 3,750 ~100 0.6 <010 | 11,100 | 4,500
I 300HBT
Nogul(arcaitimn JBN795 120 0.5 <0410 | 13,900 | 3,340 150 0.6 <040 | 11,700 | 4,000
Belo@%%OHB 160 0.5 <0.10 | 13,900 | 2,780 190 0.6 <010 | 11,100 | 3,330
TE®& (mm) Tool dia.
wa | T2 20/ 21
Work materials & XL No. of teeth 4N
Grades 2 Pt ae n Vi

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

15

i ~100 0.6 <0.10 7,160 2,290
(SKD61, DAC, DHA)

fE&42-52HRC

Hardened die steel | JBN795 150 0.6 <0.10 6,370 1,780

(1.2344, 1.2379)
42-52HRC 190 - - - -

133’(‘3}-)%% ~100 0.6 <0.10 | 11,900 6,430

FC
B300HBIF | gyzo5| 150 | 06 | <010 | 11,900 | 5710

Grey cast iron
GG

Below 300HB 190 0.6 <010 | 11,900 | 4,760
4 ’f’;éé%ﬁﬁ% ~100 0.6 <0.10 | 11,100 | 6,000
& 300HBLT
Noﬁm(ar Ca?t o | JBN795 150 06 <0.10 | 11,700 | 5,330

Bem@%%OHB 190 06 <010 | 11,100 | 4,440

2:RELES, Pf:EYIT74—K, Qe: ¥FAMDYNAAEE, n: TEOERE, Vi: F)RE
2 : Overhung length, Pf: Pick feed, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDESEIR
1) EECOVIHISRA IS ERBIES KO0 — I BIEICIN O THEL ST L,

2) UUWHRELUISEF ANAH TS Z LEEBIEX BEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) WHENABDBE(E FFTUHAHFREZELUTLKREEVRICNB KU VIZTIFTERLIEE L,

4) I7—=7O— XKWWK TREMBZTOTREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

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



// DIJET

N=FAhLAIEEEIFAYPHW-F1# I5%3ERFv T (CBN) FEEUIHISG

Recommended cutting conditions for "YPHW-F1-type inserts" (For up & down finishing)
QAMIYIZ EIaT5=\vE MQXH + EE—E(TY 15— NvREAF—IVBIEY+>/27—)\) MaX and MSN type
TE= (mm) Tool dia.

wus | TV 25/26
Work materials 2L F#4 No. of teeth 4N X# No. of teeth BN
Grades 2 P ae n Vi 2 Pt ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AN ~120 0.7 <010 | 5,730 1,830 ~120 0.7 <010 | 5,730 2,290
Fa
H(argeneddie stesn,l JBN795 190 0.7 <010 | 5,090 1,430 190 0.7 <0.10 | 5,090 1,780
1.2344,1.2379
42-52HRC 235 - - - - 235 - - - -
m““géﬁﬁ% ~120 0.7 <010 | 9,550 5,160 ~120 0.7 <010 | 9,550 6,450
X 300HBIL T
Gtey castiron | JBN795 190 0.7 <010 | 9,550 4,580 190 0.7 <010 | 9,550 5,730
BemS?%OHB 235 0.7 <0.10 | 9,550 3,820 235 0.7 <0.10 | 9,550 4,780
97%’5[))5»%%% ~120 0.7 <010 | 8,910 4,810 ~120 0.7 <010 | 8,910 6,010
fE300HBI T
Nogul(arcaiﬂmn JBN795 190 0.7 <0.10 | 8,910 4,280 190 0.7 <010 | 8,910 5,350
BemVGV%%OHB 235 0.7 <010 | 8,910 3,560 235 0.7 <010 | 8,910 4,460
TE& (mm) Tool dia.
wula | TV 30/32/35 32/35
Work materials g XL No. of teeth BN XL No. of teeth BN
Grades 2 Pt ae n Vi 2 Pt ae n t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANS ~160 0.8 <010 | 4,480 1,790 ~160 0.8 <010 | 4,480 2,150
e
H(argeneddie Ste?l JBN795 240 0.8 <0.10 | 3,980 1,390 240 0.8 <0.10 | 3,980 1,670
1.2344,1.2379
42-52HRC 290 - - - - 290 - - - -
m‘zggfﬁﬁ* ~160 0.8 <0.10 | 7,460 5,040 ~160 0.8 <010 | 7,460 6,040
fEE300HBIL T
Gﬁey castiron | JBN795 240 0.8 <010 | 7,460 4,480 240 0.8 <0.10 | 7,460 5,370
Bem(v?%OHB 290 0.8 <010 | 7,460 3,730 290 0.8 <010 | 7,460 4,480
5"75(;0(6!)1%5% ~160 0.8 <0.10 | 6,960 4,700 ~160 0.8 <0.10 | 6,960 5,640
X 300HBIL T
Nogul(arca?“mn JBN795 240 0.8 <010 | 6,960 4,180 240 0.8 <010 | 6,960 5,010
Belog/%%OHB 290 0.8 <0.10 | 6,960 3,480 290 0.8 <0.10 | 6,960 4,180

2:RELEZ, Pf:EYIT74—K, Qe: ¥FAMDYNAAREE, n: TEEERE, Vi: FE)RE
2 : Overhung length, Pf: Pick feed, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOEEEIR
1) EECOVIHISRAF IS ERBIES KOO —IBIEICIN U THEL ST L,

2) UUWHREUISEF ANARFRS Z LEEBIEXR)BEUTLREV. B VFEVEREZ T IFTERLEE L,

3) BB IR EBDZE(E FTUPAHFRTZERLLTLKRE VN RICNB KU VIZ T IFTERALIEE L,

4) I7—=70O—ICEWPIKTREMBZITOTREE W HIC IIFEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For up & down finishing)
QAMTYI R EIaS5—A\YF MAXH + BE—E(EY15—"NvyRBAF—)VBEY+>2o7—/ ) MaXand MSN type

TE& (mm) Tool dia.
wu s | TV 40/42 40
Work materials 2L H#4 No. of teeth BN H# No. of teeth 7N
Grades 2 Pi ae n Vi 2 Pi ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AN ~160 0.88 <0.10 | 3,580 1,720 ~160 0.88 <0.10 | 3,580 2,000
pat
%ard“eneddie Ste?l JBN795 240 0.88 <0.10 | 3,180 1,340 240 0.88 <0.10 | 3,180 1,560
1.2344, 1.2379
42-52HRC 290 - - - - 290 - - _ _
nTgéﬁﬁ% ~160 0.88 <010 | 5,970 4,840 ~160 0.88 <010 | 5,970 5,640
B 300HBLLT
G‘;ey castiron | JBN795 240 0.88 <0.10 | 5,970 4,300 240 0.88 <0.10 | 5,970 5,010
Bemﬁ? %OHB 290 0.88 <0.10 | 5,970 3,580 290 0.88 <0.10 | 5,970 4,180
97%’5[))5/%%% ~160 0.88 <0.10 | 5,570 4510 | ~160 0.88 <0.10 | 5,570 5,260
EE300HBIL T
Nofi-ul(arca?tiron JBN795 240 0.88 <0.10 | 5,570 4,010 240 0.88 <0.10 | 5,570 4,680
Bem@%%OHB 290 0.88 <0.10 | 5,570 3,340 290 0.88 <0.10 | 5,570 3,900

2:RHELRE, Pi:EvI71—F, Qe: ¥BFARDYNAHRE, N : TEEERE, Vi Xk)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRMAE ERAIES KT D — IR THEBLEE N,

2) CUWHREUZERF ABAHFREZ LEEMEL ) BELLTLREVN. HBVNFEDEEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—70—[CKIPIWKTREBZITOCTLREE WV, FHT IIEMCTOFrET NI TRV FRB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For up & down finishing)
QAMIYIRX RTPIALTITSA R, QXPH,  QXP type (facemill type)
TE& (mm) Tool dia.

wmEs | T27 40
Work materials ZE F#L No. of teeth BN X#L No. of teeth 7N
Grades 2 P ae n Vi 2 P Qe n Vi

(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANSE ~150 0.88 <0.10 3,580 1,720 ~150 0.88 <0.10 3,580 2,000
(%PglgDégH%Hé) 200 0.88 <0.10 3,180 1,340 200 0.88 <0.10 3,180 1,560

Hartcj—ened die steel | JBN79 250 - - - - 250 - - - -

(1.2344, 1.2379) 300 - - - - 300 - _ _ _

42-52HRC 350 _ _ . - 350 - Z Z -
RTHEE ~150 0.88 <0.10 5,970 4,840 ~150 0.88 <0.10 5,970 5,640
N FC R 200 0.88 <0.10 5,970 4,300 200 0.88 <0.10 5,970 5,010
%e?/ocg';ﬁ}éf BN795| 250 | 0.88 | <010 | 5970 | 3,580 250 | 088 | <0.10 | 5970 | 4,180
GG 300 0.88 <0.10 5,970 3,580 300 0.88 <0.10 5,970 4,180

Below 300HB 350 - - — — 350 _ _ _ _
5o 51 B ~150 | 088 | <0.10 | 5570 | 4510 | ~150 | 088 | <0.10 | 5570 | 5260
N (FCD) . 200 0.88 <0.10 5,570 4,010 200 0.88 <0.10 5,570 4,680
SS00HBLIT® | gnros | 250 | 088 | <0.10 | 5570 | 3340 | 250 | 0.8 | <010 | 5570 | 3,900
(GGG) 300 0.88 <0.10 5,570 3,340 300 0.88 <0.10 5,570 3,900

Below 300HB 350 - - — - 350 — — — —

TE& (mm) Tool dia.

wu s | TV 50 50 /52
Work materials g XL No. of teeth 7N XL No. of teeth 8N
Grades 2 P+ Qe / 3 P+ Qe / t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
1 AASE ~150 1 <010 | 2,860 | 1,600 | ~150 1 <010 | 2,860 | 1,830
(SKDG1, DAG, DHA) 200 1 <010 | 2,860 | 1,600 200 1 <010 | 2860 | 1,830
[ECA25BHAC | Bn7os | 250 1 <010 | 2550 | 1,250 250 1 <010 | 2550 | 1,430
(1.0344, 1.9379) 300 1 <010 | 2550 | 1,250 300 1 <010 | 2550 | 1,430
42-52HRC 350 — — — - 350 — _ _ _
P, ~150 1 <010 | 4780 | 4520 | ~150 1 <010 | 4780 | 5160
Q) 200 1 <010 | 4780 | 4520 200 1 <010 | 4780 | 5,160
%eiocg':ﬁ}éf JBN795 | 250 1 <010 | 4780 | 4,020 250 1 <010 | 4780 | 4590
ce 300 1 <010 | 4780 | 4,020 300 1 <010 | 4780 | 4590
Below 300HB 350 1 <010 | 4780 | 3,350 350 1 <010 | 4780 | 3,820
5551 Lk ~150 1 <010 | 4460 | 4210 | ~150 1 <010 | 4460 | 4,820
{Fo) 200 1 <010 | 4460 | 4210 200 1 <010 | 4460 | 4,820
BSO0HBMT Jugn7os | 250 | 1 | <0.10 | 4460 | 3750 | 250 | 1 | <010 | 4460 | 4,280
(GGG) 300 1 <010 | 4460 | 3,750 300 1 <010 | 4460 | 4,280
Below 300HB 350 1 <010 | 4460 | 3,120 350 1 <010 | 4460 | 3570

2:RELEZ, Pf:EYIT74—K, Qe: ¥FAMDYNAAREE, n: TEEERE, Vi: FE)RE
2 : Overhung length, Pf: Pick feed, &e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOEEEIR
1) EECOVIHISRAF IS ERBIES KOO —IBIEICIN U THEL ST L,

2) UUWHREUISEF ANARFRS Z LEEBIEXR)BEUTLREV. B VFEVEREZ T IFTERLEE L,

3) BB IR EBDZE(E FTUPAHFRTZERLLTLKRE VN RICNB KU VIZ T IFTERALIEE L,

4) I7—=70O—ICEWPIKTREMBZITOTREE W HIC IIFEMCTOFvETA NI TR FTRUBISERLSZE W,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For up & down finishing)
QAMIYIRX IRTPILTITISA X, QXPHS QXP type (facemill type)

TE®Z (mm) Tool dia.

wEm |77 63/66
Work materials | ™78 X# No. of teeth 8N
Grades 2 Pt ae n Vi
(mm) (mm) (mm) (min-) (mm/min)
AN ~200 112 <0.10 2,270 1,450
(%}E@gl éDé\gH%Hé) 250 1.12 <0.10 2,270 1,450
Haré_ened die steel JBN795 300 112 <0.10 2,020 1,130
(1.2344,1.2379) 350 1.12 <0.10 2,020 1,130
42-52HRC 400 - - - _
RE B ~200 112 [ <040 | 3790 | 4,090
FC 250 1.12 <0.10 3,790 4,090

BES00HBELR | jpnze5 | 300 | 142 | <040 | 3,790 | 3,640

Grey cast iron
GG 350 1.12 <0.10 3,790 3,640

Below 300HB 400 1.12 <0.10 3,790 3,030
55594858 ~200 1.12 <0.10 3,540 3,820
E*S(ggm?:u'l‘ 250 1.12 <0.10 3,540 3,820
Nodular cast ron | JBN795 300 1.12 <0.10 3,540 3,400

(GGG) 350 1.12 <0.10 3,540 3,400

Below 300HB 400 112 <0.10 3,540 2,830

2:RHELRE, Pi:EvI71—F, Qe: ¥BFARDYNAHRE, N : TEEERE, Vi Xk)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRMAE ERAIES KT D — IR THEBLEE N,

2) CUWHREUZERF ABAHFREZ LEEMEL ) BELLTLREVN. HBVNFEDEEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—70—[CKIPIWKTREBZITOCTLREE WV, FHT IIEMCTOFrET NI TRV FRB(TERLSIEE 0,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYIR EVaS—AYE " MQAXH + BE—E(EY15—"NyRAF—)VEBE+>2o7—)\) MaX and MSN type
TEZ (mm) Tool dia.

wmu s |77 16/17 20
Work materials L H# No. of teeth 2N X# No. of teeth 3N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEATER ~80 <12 <01 8,950 | 1,430 ~100 <12 <01 7,160 1,720
ety
I-Ear(ci-eneddiestegzl JBN795 120 =1.0 <041 7,960 | 1,110 150 =1.0 <0.1 6,370 1,340
1.2344,1.2379
42-52HRC 160 - - - - 190 - - - _
BEANE ~80 =1.0 <0.1 7,960 | 1,270 ~100 =1.0 <0.1 6,370 1,530
PR
i < <
I_Hrggzid 1di§33tg?l JBN795 120 <0.8 <0.1 5,970 720 150 <0.8 <0.1 4,770 860
2344, 1.237
55-62HRGC 160 = - - = 190 - - _ _
mf(‘gg)ﬁﬁ% ~80 <15 <0.1 14,900 | 4,020 ~100 <15 <0.1 11,900 | 4,820
E&300HBLL TR < <
G‘;eycastimn JBN795 120 =1.0 <01 14,900 | 3,580 150 <10 <01 11,900 | 4,280
Be|05?§30HB 160 =07 <0.1 14900 | 2,980 190 =07 <0.1 11,900 | 3,570
57%2’4)5/%%% ~80 <15 <01 | 13,900 | 3750 | ~100 | =15 <01 | 11,100 | 4,500
EE300HBLL TR
Nodul(arca§t|ron JBN795 120 =1.0 <0.1 13,900 | 3,340 150 <10 <0.1 11100 | 4,000
Bemffv%%()HB 160 <07 <01 13,900 | 2,780 190 <07 <0.1 11,100 | 3,330
TE&R (mm) Tool dia.
wus | TV 20/ 21
Work materials 2L F# No. of teeth 4N
Grades 7 ap Qe n Vi
(mm) (mm) (mm) (min-') (mm/min)
BEATE ~100 <12 <0.1 7,160 2,290

(SK_D\§1, DAC, DHA)
1Ee42-52HRC <

e | JBN795 | 150 | =10 | <01 | 6370 | 1780
(1.2344,1.2379)
42-52HRC 190 - - - -

BEAN ~100 <1.0 <0.1 6,370 2,040
(SKD11, SLD, DC11)

fEech5-62HRC
Hardened die steel
(1.2344,1.2379)
55-62HRC 190 - - - -

m?%)ﬁfﬁ ~100 =15 <0.1 11,900 6,430

JBN795 150 =038 <0.1 4,770 1,140

& 300HBLLT -
G(Fey castiron | JBN799 150 =10 <01 11,900 | 5,710

Below SM0HE 190 | =07 | <01 | 11,900 | 4760
L s ~100 | =15 | <01 | 11,100 | 6,000
E&300HBLL T
Nodr st ron JBN795 | 150 | =10 | <01 | 11,100 | 5330

BeIO\c/\;/%%OHB 190 =0.7 <0.1 11,100 4,440

2 RELRE, ap: BIARDYHAHRE, Ge: FEAMDELAZRE, n: TEEERE, Vi FE)RE

2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
HER LOEFREIE
1) EEEDUIHISFRMEE EMAIES KD — RIS U TREL RS

2) CUWH'RELEISE I HAIRES E_tnﬂiﬂﬁdiUE,§<b'C<7L L\\Eéb\laii’JingﬁTlftﬁm(Til\’m

3) BWEBNARDBEF FITTAFEEZEZLULTLIEETVORICNB LU VIZ FIFTERL TV

4) I7—70O—ICKUIWULK THRFENEBEETO>TLIEE W, T IIFEMCTODFvE T I T TV TUBITERL S0,
NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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New generation high feed mill

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EIAS5=A\YEF MAXH + BE—&(EY15—~"NvyRBAF—)VBEI+>2o7—I/\) MaXand MSN type

TE& (mm) Tool dia.
wmEs |77 25/26
Work materials e T No. of teeth 4N L No. of teeth BN
Grades 2 ap ER n Vi 2 ap 26 n Vi
(mm) (mm) (mm) (min~) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEAN S ~120 | =12 <0.1 5,730 1830 | ~120 | =12 <0.1 5730 | 2290
iR
H(ara-eneddie Ste?' JBN795 190 | =10 | <041 5090 | 1,430 190 | =10 | <041 5090 | 1,780
1.2344,1.2379
42-52HRC 235 - - - 235 - - _
BEAT R ~120 | =10 | <01 5000 | 1630 | ~120 | =10 | <0.1 5090 | 2,040
gy
: - >
H(?%Zid 1di§33tg§| JBN795 190 | =08 | <o01 3,820 920 190 | =08 | <O01 3820 | 1,150
. ,1.237
55-62HRC 235 - = = = 235 — - — =
193*(‘?6%5% ~120 | =15 <01 9550 | 5160 | ~120 | =15 <0.1 9550 | 6,450
@300HBIU T
Groy cast ron | JBN795 190 | =10 | <01 9550 | 4,580 190 | <10 | <o01 9550 | 5,730
Bemﬁ%m 235 | =07 | <o0A 9550 | 3,820 235 | =07 | <O0A 9550 | 4780
FosLlLm ~120 | =15 | <01 | 8910 | 4810 | ~120 | =15 | <04 | 8910 | 6,010
f@300HBLL T
No‘d-ul(arca?“mn JBN795 190 | <10 | <o01 8,910 | 4,280 190 | =10 | <01 8910 | 5350
Bemvev%%OHB 235 | <07 | <04 8,910 | 3,560 235 | <07 | <04 8,910 | 4460
TE=R (mm) Tool dia.
wmu |77 30/32/35 32/35
Work materials e KX No. of teeth BN T No. of teeth BN
Grades ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEATUEE ~160 | =12 <0.1 4480 | 179 | ~160 | =12 | <0.1 4480 | 2,150
B2 SHRC.
H(ar;eneddie Ste?' JBN795 240 | =10 | <o0A 3,980 | 1,390 240 | =10 | <o0A 3,980 | 1,670
1.2344,1.2379
42-52HRC 290 - - - - 290 - - _ _
BEA S ~160 | =10 <01 3,980 1590 | ~160 | =1.0 <0.1 3,980 1,910
oo
H(argeneddie Ste?l JBN795 240 | =08 | <01 2,980 900 240 | =08 | <01 2,980 | 1,070
1.2344,1.2379
55-62HRC 290 - = = - 290 = - - -
R ~160 | =15 | <01 | 7460 | 5040 | ~160 | =15 | <01 | 7460 | 6,040
@ 300HBLLT <
Groy cast ron | JBN795 240 | =10 | <01 7460 | 4,480 240 | =10 | <oA1 7460 | 5370
Be|ov\?goo|-||3 290 =0.7 <01 7,460 3,730 290 =07 <01 7,460 4,480
57"7%'56')/%5% ~160 | =15 | <01 | 6960 | 4700 | ~160 | =15 | <01 | 6960 | 5640
@ 300HBLLT
Nogul(arcaﬁtimn JBN795 240 | =10 | <o0d 6,960 | 4,180 240 | =10 | <o0d 6,960 | 5,010
Be|o\?v%%o|-||3 290 | =07 | <01 6,960 | 3,480 290 | =07 | <01 6,960 | 4,180

0 RHURE, ap: ARDYIAARS, Ge: FEAMDYNAARE, n: TEEEEE, Vi:&)ERE

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

BERA EDOXFREIR
1) EECOYIHISRA SRR S KO0 — I BIEICIN U THEEL T,

2) UUWHRELUBEF ANAHFS Z LEEMIEXBEUTLREV 2 VFEVEREZ T IFTERLEE L,
3) MBI NITREDHZEF. FTVAHFRIZEZLTLREEVRICNB LV VIZ TFIFTERLEE WL,
4) I7 =7 O—CEWPI<KTREMEZT>TRE W FHIC IEMCTOFvETA NI TR FTRURISERLSZE W,

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EJaAS5—A\YF MQAXH + BE—#(TEI 15— NvREF—IVEEY+>27—I/ ) MaXand MSN type

TE&Z (mm) Tool dia.
wmu s |77 40/42 20
Work materials g X# No. of teeth BN L No. of teeth 7N
Grades £ dp de n 48 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEAN S ~160 | =12 <0.1 3,580 1720 | ~160 | =12 <0.1 3,580 | 2,000
ety
H(argeneddie Ste? JBN795 240 | =10 <0.1 3180 | 1,340 240 | =10 <0.1 3,180 1,560
1.2344,1.2379
42-52HRC 290 - - - - 290 - - - _
BEATSH ~160 | =10 | <01 | 3180 | 1530 | ~160 | <10 | <01 | 3180 | 1,780
ey
. - -
Wgﬁgzid 1‘”33“3‘)*' JBN795 240 | =08 <0.1 2,390 860 240 | =08 <0.1 2,390 | 1,000
. ,1.237
55-62HRGC 290 - - - = 290 = - - _
@ﬁggﬁﬁﬁ ~160 | =15 <01 5,970 4840 | ~160 | =15 <0.1 5,970 5,640
B300HBLT < -
Groy cast ron | JBN795 240 | =10 <0.1 5970 | 4,300 240 | =10 <0.1 5970 | 5,010
BeIO\(A(/;%OHB 290 | =07 <0.1 5970 | 3580 290 | =07 <0.1 5970 | 4,180
5"'7’{;&))5/%@* ~160 | =15 | <01 | 5570 | 4510 | ~160 | =15 | <01 | 5570 | 5260
f@x300HBIT
Nocd_ul(arcaitiron JBN795 240 | =10 <0.1 5570 | 4,010 240 | =10 <0.1 5570 | 4,680
Bem@%%OHB 290 | =07 <0.1 5570 | 3,340 290 | =07 <0.1 5570 | 3,900

2 RELRZ, ap: MARDYNAALRE, Ge: FFEAMDOYNAHFEE, n: TEEERE, Vi FE)RE

2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WEALDOEESEIE
1) EEEDEIBISEHEE . BMANED KOT— ISR U TRELZE L,

2) UUWNDRELUBS I VIAHRS Z LEEHIBELIVEERLUTREV. HBWVIFEVREE T IFTERLIZEE L,

3) EMENARDESF. FITAFHFEEZZLULTLIEEVORICNB LU VIZE RIFTERLEE L,

4) I7—7O—CKWIUK TREFELEBEETO>TLIEEW, T IIEMCTODFvE T I T TIEFIW K TUBITERL S,
NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMIYIRX KT IALTITSA R QXPH; QXP type (facemill type)

TE=R (mm) Tool dia.
w727 40
Work materials ZE X#L No. of teeth BN X#L No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
135 A NS ~150 =12 <0.1 3,580 1,720 ~150 =12 <041 3,580 2,000
(%59&11 éDBAgH%Hé\) 200 <1.0 <0.1 3,180 1,340 200 <1.0 <0.1 3,180 1,560
Hara-ened die steel | JBN79 250 - - - - 250 — - - -
(1'24324212:{5879) ggg - - - - ggg - - _ _
AN ~150 <1.0 <0.1 3,180 1530 | ~150 <1.0 <0.1 3,180 1,780
(%%%15’5SE2££231) 200 =0.8 <0.1 2,390 860 200 =0.8 <0.1 2,390 1,000
HardLened die steel | JBN795 250 - - - - 250 - - - -
(1 25354zé2|1_| .§(3:79) ggg = = = = ggg = = = =
RFHEES ~150 =15 <0.1 5,970 4,840 ~150 =15 <0.1 5,970 5,640
(FC) . 200 =1.0 <0.1 5,970 4,300 200 =1.0 <0.1 5,970 5,010
B NOHB T | oenzes | 250 | =07 | <04 | 5970 | 3580 250 | =07 | <01 | 5970 | 4180
(GG) 300 <07 <0.1 5,970 3,580 300 <07 <0.1 5,970 4,180
Below 300HB 350 — — — — 350 — — — —
55911 ~150 | <15 | <01 | 5570 | 4510 | ~150 | <15 | <01 | 5570 | 5260
E@*S(SSEIBL){'F 200 =1.0 <0.1 5,570 4,010 200 =1.0 <041 5,570 4,680
Nogurar cast fron | JBN795 250 <07 <0.1 5,570 3,340 250 <07 <0.1 5,570 3,900
(GGG) 300 =0.7 <0.1 5,570 3,340 300 =07 <0.1 5,570 3,900
Below 300HB 350 — — — — 350 — — — _
TE=R (mm) Tool dia.
wmu s |77 50 50/52
Work materials & T# No. of teeth 7N T#L No. of teeth 8N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
AN ~150 <12 <0.1 2,860 1,600 | ~150 <12 <0.1 2,860 1,830
(SK9§1, DAC, DHA) 200 <12 <0.1 2,860 1,600 200 <12 <0.1 2,860 1,830
(JECA202HRC | ygnros| 250 | <10 | <04 | 2550 | 1,250 250 | =10 | <01 | 2550 | 1430
(1.2344, 1.2%79) 300 =1.0 <041 2,550 1,250 300 =1.0 <041 2,550 1,430
42-52HR 350 — — — — 350 — _ _ _
A ~150 | =1.0 | <04 | 2,550 | 1430 | ~150 | =10 | <01 | 2,550 | 1,630
(SK[1\1_1, SLD, DC11) 200 =1.0 <0.1 2,550 1,430 200 =1.0 <0.1 2,550 1,630
(ECOOGEHAC \uBN7os | 250 | =08 | <04 | 1,910 | 800 250 | =08 | <01 | 1910 | 920
(1.2344, 1.2379) 300 <08 <0.1 1,910 800 300 <08 <0.1 1,910 920
55-62HRC 350 - - — — 350 — _ — _
RFHEES ~150 =15 <0.1 4,780 4,520 ~150 =15 <0.1 4,780 5,160
(FC . 200 =15 <041 4,780 4,520 200 =15 <041 4,780 5,160
ﬁ%ﬁ(’c‘;‘;ﬁ}éf BN795 | 250 | =10 | <01 | 4780 | 4,020 250 | =10 | <01 | 4780 | 4590
GG 300 =1.0 <0.1 4,780 4,020 300 =1.0 <0.1 4,780 4,590
Below 300HB 350 =07 <0.1 4,780 3,350 350 =07 <0.1 4,780 3,820
o514 L E % ~150 | =15 | <01 | 4460 | 4210 | ~150 | =15 | <01 | 4460 | 4,820
N (FCD) 200 <15 <0.1 4,460 4,210 200 <15 <0.1 4,460 4,820
IPSSO0HBIT | ygnros | 250 | =<1.0 | <04 | 4460 | 3,750 250 | <10 | <04 | 4460 | 4,280
(GGG) 300 =1.0 <0.1 4,460 3,750 300 =1.0 <0.1 4,460 4,280
Below 300HB 350 =0.7 <01 4,460 3,120 350 =0.7 <01 4,460 3,570

R RHULRE, ap: 8iAMODOYTHAHRSE, Ge: ¥EBAMDYNAHRE, n: TEMERE, Vi:X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) LEEDEIHIRMF RIS KOT—IRIMEICRU TRELIZE L,

2) UUWHREUBSF IAHRES Z LEEHELV B LT REVN. HBVIEEVREE FIFTERLIET L,

3) BWEINARDEG S FFTUPAFRSI ZZLUTLL TV RICNS LT VIETIFTERLIZEE WL,

4) I7—7O— LKW STIHREDBZITOTLREE WV, BT IIFEMCTOF v ETA NI TIEIW TUIBISERLEE LY,
NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMIYI R IRTPILTITSA X, QXPHS QXP type (facemill type)
TEZ (mm) Tool dia.

wmu s |77 63 /66
Work materials g H#X No. of teeth 8N
Grades 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min)
8 A N3 ~200 | =12 | <04 | 2270 | 1,450
(%@&11 ’aDé\zCH[EHé\) 250 =12 <0.1 2,270 1,450
Hargened die stoel | JBN795 300 =1.0 <0.1 2,020 1,130
(1.2344, 1.2379) 350 =1.0 <0.1 2,020 1,130
42-52HRC 400 _ _ _ _
1 A NS ~200 | =10 [ <01 [ 2,020 | 1,290
(SIJ%QJE’ESIE}%’I-?F%” 250 =1.0 <0.1 2,020 1,290
Hordono aic steel| JBN795 | 300 | =08 | <01 | 1,520 730
(1.2344,1.2379) 350 =0.8 <0.1 1,520 730
55-62HRC 400 _ _ _ _
T B ~200 | =15 | <04 3,790 | 4,090
E*M()Etl:-)lBL){'F 250 =15 <0.1 3,790 4,090
GtFey cast iron JBN795 300 =1.0 <041 3,790 3,640
(GG) 350 =<1.0 <0.1 3,790 3,640
Below 300HB 400 =07 <0.1 3,790 3,030
54 Lk ~200 | =15 | <o0d 3540 | 35820
(FCD 250 =15 <01 3,540 3,820

F

fEE300HBELTF

Nouuiar cast ron | 9BN795| 300 | =10 | <04 | 3540 | 3,400

(GGG) 350 =1.0 <0.1 3,540 3,400

Below 300HB 400 =07 <041 3,540 2,830

2 RELRZ, ap: MARDYNAALRE, Ge: FFEAMDOYNAHFEE, n: TEEERE, Vi FE)RE

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

BERA EDOEEEIR

1) LECOUIRIRMEF AERBIES KO D —IRIMEICRU TRELIZE L,

2) UUWHDRELCIBER A RS Z LSEHEBELIBELLTREWV, HBVEVREZ T FTERLREEL,

3) BHWEINARDESF. FTVHAHREI ZZLUTLREETV RICNS LU VIETIFTERLIZEE L,

4) I7—70O—CKIEIIKTREDIBZIT>TLREWV, I IIFEMCTOFvEFTA NI TRV TUBISERLIEE L,

NOTE

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

2) In case of chatter occurring, recommend to reduce the depth of cut 8p or Feed speed.

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

4) Use air blow.
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1

Recommended cutting conditions for "YPHW-F1-type inserts" (For bottom face finishing)
QAMTYI R EIAS5=A\YEF MAXH + BE—&(EY15—~"NvyRBAF—)VBEI+>2o7—I/\) MaXand MSN type

TE#% (mm) Tool dia.

wmEs | T27 16/17 20
Work materials | M@ H# No. of teeth 2N ¥ No. of teeth 3N
Grades 2 ap ae n Vi 2 ap ae . Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AN ~80 <0.08 | 8~13 6,960 | 1,110 | ~100 | <0.08 | 10~16 | 5570 | 1,340
poay
I-Eara-ened die ste()el JBN795 120 <0.08 8~13 5,970 720 120 <0.08 10~16 4,770 860
1.2344,1.2379
42-52HRC 160 - - - - 190 - - _ _
BEANEH ~80 <0.06 8~13 3,980 480 ~100 <0.06 10~16 3,180 570
o
'}ﬁ‘%ﬂi"{’?;‘gﬁ" JBN795 120 <0.06 8~13 3,980 400 120 <0.06 10~16 3,180 480
.2344,1.237
55-62HRC 160 = - - = 190 - - _ _
1’33‘(%%@% ~80 <01 8~17 13,900 3,340 ~100 <01 10~20 11,100 4,000
fEE300HBLAT ~ ~
Gtr—ey(cas}iron JBN795 120 <0.1 8~17 13,900 2,780 120 <041 10~20 11,100 3,330
GG
Below 300HB 160 - - - - 190 - - - -
TE&Z (mm) Tool dia.
wmua | T2 20/21
Work materials g X% No. of teeth 4N
Grades 2 ap e n Vi
(mm) (mm) (mm) (min-) (mm/min)
RN ~100 | <0.08 | 10~16 | 5570 | 1,780

(SKD61, DAC, DHA)

fE&42-52HRC

Hardened die steel | JBN79° 120 | <0.08 | 10~16 4,770 1,140

(1.2344, 1.2379)
42-52HRC 190 - - - -

AN ~100 <0.06 10~16 3,180 760
(SKD11, SLD, DC11)

fE&55-62HRC

Hardened die steel | JBN795 120 <0.06 | 10~16 3,180 640

(1.2344, 1.2379)

55-62HRC 190 - - - _
T ~100 | <01 | 10~21 | 11,100 | 5,330
B 300HBLLT N
ey st JBN795 | 120 | <04 | 10~21 | 11,100 | 4,440
Below 300HB 190 - - - -

2 IVRINEHURS, ap: MARDYNAALARSE, ge: XREAMDOYNAAES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER EDOEEEIR
1) EECOUIHISRME BERAIIES KD —TBIECIRU TRELEE W,

2) UUWHRELUISEF ANAH TS Z LEEBIEX BEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) EMENREDZEF. FTVNAHFRIEZLLTLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7—=7O— XKWWK TREMBZTOTREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) 97941 L#5Ek (FCD) DIFE(. Fv I #TEIC8015F[FDHT02ZHEE L F T (FIHISKHIFP.88~101ZBHLIEEW),

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed and Feed speed.
4) Use air blow.
5) In case of machining nodular cast iron (GGG), grade JC8015 or DH102 are recommended.
Please see page 88-101 for recommended cutting conditions sheet.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For bottom face finishing)
QAMTYI R EIAS5=A\YF MQAXH + BE—&(EY15—~"NvyRBAF—ILBEI+>2o7—I/\) MaXand MSN type

TE& (mm) Tool dia.
wmEs | T27 25/26
Work materials | ™78 HEL No. of teeth 4N H# No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEAE ~125 <0.08 |12.5~20| 4,460 1,430 ~125 <0.08 |12.5~20| 4,460 1,780
fa T
I-Eartci-ened die ste§,| JBN795 140 <0.08 |125~20| 3,820 920 140 <0.08 |125~20| 3,820 1,150
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
BEANSR ~125 <0.06 |12.5~20| 2,550 610 ~125 <0.06 |12.5~20| 2,550 760
e
Iﬁggﬂid?igftg?l JBN795 140 <0.06 |12.5~20| 2,550 510 140 <0.06 |12.5~20| 2,550 640
. , 1.237
55-62HRC 210 = - - - 210 - - - -
mf(‘gé')ﬁﬁﬁ ~125 <01 |125~26| 8,910 4280 | ~125 <01 |125~26| 8,910 5,350
E&300HBLLTF ~ ~
Gcfey(cas}iron JBN795 140 <01 |125~26| 8,910 3,560 140 <01 |125~26| 8,910 4,460
GG
Below 300HB 210 - - - - 210 - - - -
TE= (mm) Tool dia.
wula | TV 30/32/35 32/35
Work materials g T No. of teeth BN T No. of teeth BN
Grades 2 ap Qe n Vi 2 ap Qe f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEATEE ~150 <0.08 | 16~26 3,480 1,390 ~150 <0.08 | 16~26 3,480 1,670
a2 e Re
I-{ardLened die steg:l JBN795 180 <0.08 | 16~26 2,980 900 180 <0.08 | 16~26 2,980 1,070
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
BEANSE ~150 <0.06 | 16~26 1,990 600 ~150 <0.06 | 16~26 1,990 720
oy
I-Eartci_ened die stet)el JBN795 180 <0.06 | 16~26 1,990 500 180 <0.06 | 16~26 1,990 600
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -
ng;gé)ﬁf* ~150 <041 16~35 6,960 4,180 ~150 <041 16~30 6,960 5,010
B 300HBLLTF ~ N
GTey(cGa§§iron JBN795 180 <0.1 16~35 6,960 3,480 180 <0.1 16~30 6,960 4,180
Below 300HB 210 - - - - 210 - - - -

R IURINEHURES, ap: MARDYNAALARS, ge: XEAMDOYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

BfER EDOEEEIR
1) LEEDLIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUISEF ANAH TS Z LEEBIELBEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) BTN EDEGEF. FTVPAHFRSEZLLTLEE VL RICNB LV VIZ FIFTERLEE L,

4) I7 =7 O— XYW TREMBZTOTRE W HIC IIEMCTOFvETA NI TR FTRURISEELSZE W,
5) 90594 ILis#k (FCD) DiEE(F. Fv I HIEIC8015F =IFDHT02=#EELF T (WIHIRMIFP.88~101 28R ZEW),

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed and Feed speed.
4) Use air blow.
5) In case of machining nodular cast iron (GGG), grade JC8015 or DH102 are recommended.
Please see page 88-101 for recommended cutting conditions sheet.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For bottom face finishing)
QAMTYI R EIaS5—AYE " MQAXH + BEE—E(TY15—"NyRAZ—)VEBIEY+>27—)\) MaX and MSN type

TE& (mm) Tool dia.

wmu s |77 40/42 m
Work materials | M7 X% No. of teeth BN H# No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEAEE ~150 <0.08 | 20~32 2,790 1,340 ~130 <0.08 | 20~32 2,790 1,560
it
I-Ear:j-ened die ste()el JBN795 180 <0.08 | 20~32 2,390 860 180 <0.08 | 20~32 2,390 1,000
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
BEANEH ~130 <0.06 | 20~32 1,590 570 ~150 <0.06 | 20~32 1,590 670
e
Hﬁf@ﬂi";"g;tg‘f' JBN795 180 <0.06 | 20~32 1,590 480 180 <0.06 | 20~32 1,590 560
. ,1.237
55-62HRC 210 = - - - 210 - - - -
mf(‘gé-)%ﬁ% ~150 <01 | 20~42 | 5570 4010 | ~150 | <0.1 | 20~38 | 5570 4,680
@& 300HBLLT ~ ~
they(casyron JBN795 180 <041 20~42 5,570 3,340 180 <0.1 20~38 5,570 3,900
GG
Below 300HB 210 - - - - 210 - - - -

2 IVRINRHEULER, ap: ARDYNAALRE, Ge: FFEABDOYNAAEE, n: TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFETEIR

1) LEEDYIRISRMAE ERAIES KT D — IR THEBLEE N,

2) CUWHREUZERF ABAHFREZ LEEMEL ) BELLTLREVN. HBVNFEDEEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—7O— LKW TREDEZTH>TLEE W FIT IFEMCTOFvET A NI TIFII S FTRRITERLSEE L,
5) 9794 Lk (FCD) DIBE(F. Fv S #TEIC8015F Iz [FDHT 02 HELF T (FIHIRAFIP.88~101 2SR IEEW),

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
5) In case of machining nodular cast iron (GGG), grade JC8015 or DH102 are recommended.
Please see page 88—101 for recommended cutting conditions sheet.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For bottom face finishing)
QAMIYIRX RTPIALTITSA R, QXPH,  QXP type (facemill type)
T EZ (mm) Tool dia.

w727 20
Work materials | 7& M No. of teeth BN 3 No. of teeth 7N
Grades 2 ap ae n Vi 7 an e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AN ~150 <0.08 | 20~32 2,790 1,340 ~150 <0.08 | 20~32 2,790 1,560
(%@g}ng\gH%Hé) 200 <0.08 | 20~32 2,390 860 200 <0.08 | 20~32 2,390 1,000
Har((i_ened die steel| JBN795 250 - - - - 250 - - - -
(1.2344, 1.2379) 300 - - - - 300 — _ _ .
42-52HRC 350 - . . . 350 - _ _ -
15 A NS ~150 <0.06 | 20~32 1,590 570 ~150 <0.06 | 20~32 1,590 670
(SI%QJESSE%I-?IE})S) 200 <0.06 | 20~32 1,590 480 200 <0.06 | 20~32 1,590 560
X55-
Hardened die steel | JBN/90 250 - - - - 250 = - - -
(1.2344, 1.2379) 300 - - = - 300 _ _ . Z
55-62HRC 350 = = = = 350 = = = -
RTFHEG ~150 <041 20~40 5,570 4,010 ~150 <041 20~38 5,570 4,680
E*Sé%ﬁ;—)lBL){'F 200 <0.1 20~40 5,570 3,340 200 <0.1 20~38 5,570 3,900
G(r-ey castiron | JBN799 250 - - - - 250 - - - -
(GG) 300 - - - — 300 _ _ _ -
Below 300HB 350 - - - - 350 - - - -

TE& (mm) Tool dia.

wEa | T2 50 50/52
Work materials g X#L No. of teeth 7N X#L No. of teeth 8N
Grades 2 ap ae n Vi 2 ap ae n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
155 A N SH ~150 <0.08 25~40 2,230 1,250 ~150 <0.08 25~40 2,230 1,430
(%!!fl_lgléDé\ECH[})qHé\) 200 <0.08 25~40 2,230 1,250 200 <0.08 25~40 2,230 1,430
e | JBN795 | 250 | <0.08 | 25~40 | 1910 800 250 | <0.08 | 25~40 | 1,910 920
(1.2344, 1.2379) 300 - - - - 300 - - - -
42-52HRC 350 - — — - 350 — — — —
155 A N EH ~150 <0.06 25~40 1,270 530 ~150 <0.06 25~40 1,270 610
(%gq&%;%gﬁgg) 200 <0.06 25~40 1,270 530 200 <0.06 25~40 1,270 610
Haré_ened e JBN795 250 <0.06 25~40 1,270 450 250 <0.06 25~40 1,270 510
(1.2344, 1.2379) 300 - - = = 300 = = = =
55-62HRC 350 - - — _ 350 _ _ _ _
RFIHEEN ~150 <0.1 25~50 4,460 3,750 ~150 <0.1 25~48 4,460 4,280
- (FC . 200 <0.1 25~50 4,460 3,750 200 <0.1 25~48 4,460 4,280
BESO0HBMT | ygnros | 250 | <04 | 25~50 | 4460 | 3,120 250 | <01 | 25~48 | 4,460 | 3,570
y cast iron
(GG) 300 - - - - 300 - - - -
Below 300HB 350 - - — - 350 _ _ _ _

R IURINEHURES, ap: MARDYNAALARS, ge: XEAMDOYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

BfER EDOEEEIR
1) LEEDLIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUISEF ANAH TS Z LEEBIELBEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) BTN EDEGEF. FTVPAHFRSEZLLTLEE VL RICNB LV VIZ FIFTERLEE L,

4) I7 =7 O— XYW TREMBZTOTRE W HIC IIEMCTOFvETA NI TR FTRURISEELSZE W,
5) 90594 ILis#k (FCD) DiEE(F. Fv I HIEIC8015F =IFDHT02=#EELF T (WIHIRMIFP.88~101 28R ZEW),

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut &p or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut &p or Spindle speed and Feed speed.
4) Use air blow.
5) In case of machining nodular cast iron (GGG), grade JC8015 or DH102 are recommended.
Please see page 88-101 for recommended cutting conditions sheet.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For bottom face finishing)

QMY YIR RFPILTITSA X QXPH;

QXP type (facemill type)

TE®Z (mm) Tool dia.

w727 63/66
Work materials | M7E X% No. of teeth 8N
Grades ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min)
AN ~200 <0.08 | 31~50 1,770 1,130
(%SPEJQDSASH%HC‘)A) 250 <0.08 | 31~50 1,770 1,130
Hardencd die stoel | YBN795 300 | <0.08 | 31~50 | 1,520 730
(1.2344,1.2379) 350 - - - -
42-52HRC 400 - - - -
BEANSH ~200 <0.06 | 31~50 1,000 480
(%ng,gl{.}gﬁgg) 250 <0.06 | 31~50 1,000 480
HardLened die steel| JBN795 300 <0.06 | 31~50 1,000 400
(1.2344,1.2379) 350 = - - -
55-62HRC 400 - - — —
RTHeEN ~200 <0.1 31~63 3,540 3,400
Eﬁ*3(()[(:)cl;-)|BL){'F 250 <0.1 31~63 3,540 3,400
they castiron | JBN795 300 <0.1 31~63 3,540 2,830
(GG) 350 - - - _
Below 300HB 400 - - - -

2 IVRINRHEULER, ap: ARDYNAALRE, Ge: FFEABDOYNAAEE, n: TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALEDOXFERER
1) LEEDYIRISRMAE ERAIES KT D — IR THEBLEE N,
2) CUWHREUZERF ABAHFREZ LEEMEL ) BELLTLREVN. HBVNFEDEEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—7O— LKW TREDEZTH>TLEE W FIT IFEMCTOFvET A NI TIFII S FTRRITERLSEE L,
5) 9794 Lk (FCD) DIBE(F. Fv S #TEIC8015F Iz [FDHT 02 HELF T (FIHIRAFIP.88~101 2SR IEEW),

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

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

4) Use air blow.

5) In case of machining nodular cast iron (GGG), grade JC8015 or DH102 are recommended.
Please see page 88—101 for recommended cutting conditions sheet.
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CSERALEDFES TEE2R2CTHERAVRELIHIC

OTEFLHIRHTHEALEVNTL S, @ORELEFEPRITOSDTEFMERULFEVTLIEEL,

OUIDLFORB BEMEICLDTAICTERLIRLEEV, N RBRFPREHN/N—ZSHEALLEE,

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.

QT EMIRIF . RDIHFELLEEI DI ENBDET, Specification shall be changed without notice.
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