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3.A VY —MAEICIZ. . FPVDO—FT I $41E[JC5240] $iR) HKUTIJC8118][JC8015] (547 TV
—RUHS IUABRIM-RANER) #5110 Fv S,

1.Unique key on the body and insert fixes the inserts strongly and enables stable roughing proce S & machining welding parts

o

for die in 3D machining. <
2.Applicable to not only roughing process but also semi-finishing process due to high rg@éatability on mounting insert.
3.Adopted new PVD coated grades “JC5240” for steel and “JC8118” & “JC8015” fubastiron, mold elding &
hardened die steel. % - s
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for cast iron,
mold steel and welding

& hardend die steel. JC811 8, JC8015

180
T U—DIGEEIERAZA P — b ((HM/-HSH?) (& Tt RIS E i EFE /
HDNS VR ICBN A TRAMENIC5240] E—R%SH. Hxvr T -0.05mm /
UN—R VA I TaREr R TR MICESHMIENICS 1 18] =5, R12.47 +0.05mm
PEEY AR s bRz A Y — bk (MMW/-MSWH) [%. 50~60HRC
DRI TR REANGEOI T H TIgE:344%8E[JC8118/[JC8015]
=, A 5 —RHZEE Insert No. :
Insert with breaker for low cutting force (-HM/-HS type) adopted 2 insert grades: new PVD ~
coated grade “JC5240” for steel improved both fracture toughness and wear resistance. SWBX225HM/HS (¢25R12.5) A9 —h)
“JC8118” can be widely applied such as general & mold steel and cast iron. SKAlfE Actual :R12.463
Strong edge type Insert (-MMW/-MSW type) adopted “JC8118”&“JC8015” is possible
to machine welding & hardened die steel (50-60HRC).




i7)]=[}:3:8 Cutting performance

// DIJET

OtIHIIEILELE (§77) Cutting force comparison

1.{E&H05A3 Low cutting depth

#HEIFE Material : SKD11 (&#4) 1.2379,02 (raw)

T B4 Tool dia. :p25mm

N=2,548min"!, Vc=200m/min, V=1,019mm/min, f=0.4mm/rev,
dp=8mm, de=7mm, §"J>/73wk Down cut, §23X Dry

W EXE77 Main blade (Resultant force)
M EIFE&77 Sub blade (Resultant force)
W EH/BIAEET Total (Resultant force)
14,000

12,000
10,000
8,000
6,000
4,000
2,000

125

100

0
(N-m) DIJET / SWBX#Z Att
Competitor A

#SWBXA2%Z100& LI5S SWBX insert: 100

2.513Ad High cutting depth

#HEIFE Material : SKD11 (4#4) 1.2379,02 (raw)

T E%Z Tool dia. :025mm

N=2,548min"', Vc=200m/min, V{=764mm/min, f=0.3mm/rev,
dp=12.5mm, de=5mm, 9" 9>73wk Down cut, ¥z Dry

W EHE77 Main blade (Resultant force)

M EI3E&77 Sub blade (Resultant force)

W EH/BIAEET Total (Resultant force)
14,000

12,000 100 110

10,000
8,000
6,000
4,000
2,000

0
(N-m) DIJET / SWBX#Z Att
Competitor A

#SWBXA2%Z100& UTEIBE SWBX insert: 100

EUDAH T ARLICLER25%5 DY . BUIAHIRTH10%5 D Y TR

In case of low cutting depth, SWBX type insert reduced 25% cutting force compared with competitor A. In case of high cutting depth reduced 10% cutting force.

@556ELEEL Tool life comparison

1.5KD11 (%#44) 1.2379,D2 (raw)

#eHlI44 Material : SKD11 (444 1.2379,D2 (raw)

T E1Z Tool dia. :020mm, Z2HU Overhung :50mm

A Y —RZE Insert :SWBX220HM/HS(JC5240),

N=3,000min", Vc=188m/min, Vf=750mm/min, f=0.25mm/rev,
dp=5mm, de=4mm, 9D >/&7v 7k Down & up cut, FZIL Dry

E o e, B
Wy

¥ =03

l;]é 01 /‘/ J/_/_:/

5 10 15 20 25 30 35 40
BIHEIR (M) Cutting length

-@-DIJET##1#8(JC5240) New grade (JC5240)

-M-DIJETH3R#4%& Conventional grade

-4-Att Competitor A

FLLETH1.815, DUETHERMIELL THI1 . 215 D76

SWBX type insert improved tool life by 1.8 times compared
ith competitor A, and 1.2 times compared with conventional grade

3.5KD11p98%") (60HRC) 1.2379 (welding, 60HRC)

#HI#4 Material :SKD11P9E%+H (60HRC) 1.2379,02 (welding, 60HRC)

T E Tool dia. :25mm

A 2B —EE Insert :SWBX225MMW/MSW (JC8118)
N=1,898min", Vcmax=149m/min, Vi=759mm/min, f=0.4mm/rev
ap=0.5mm, ae=0.7mm,5"D>/&77v 3w Down & up cut, EZZ, Dry
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KIS EEEFE R (mm)
Max. flank wear
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YIBIR (M) Cutting length
-@-DIJET#i#178(JC8118) New grade (JC5240)
-®-Att Competitor A

AtLICLENFTRH1.65,

SWBX type insert improved tool life by 1.6 times
compared with competitor A.

2. SUS304 (A5 LA8fH) Stainless steel

#HEIAE Material :SUS304 (R 7>/ A ) Stainless steel

T E Tool dia. :p16mm), Z2HU Overhung :50mm

A Y —MEE Insert :SWBX216HM/HS(JC8118)

N=3,980min"!, Vc=200m/min, Vf=2,388mm/min, f=0.6mm/rev,
ap=1mm, de=1.6mm, 9'IV&7wF#wk Down & up cut , BT, Wet

0.4

mmy

0 0 3 6 9 12 18 24 30 36 4251 60 69 78 90 102
YIEIR (M) Cutting length

o
w

Max. flank wear
o
N

(=}

RARIFEEFEE(mm)

-@-DIJET#i#4%8(JC8118) New grade (JC8118)
-@-Att Competitor A

ALICLE~FR2(E.

SWBX type insert improved tool life by 2 times
compared with competitor A.
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y. X" N ANV STE W E-Zdw )l Body (End mill type/Straight shank type)

HIHIZRM4 Cutting conditions @IEEETEES]

o M I—
22 s
L
RR—Y
== Ay Bl <1} ~  j&(mm)
ﬁ; § EE No. of inserts Dimensions
Cat. No. Stock
Main blade sfﬁjggje Pﬁr@ﬁe R | oDc | ¢ 42 £s L ®D1 | ¢Ds
SWBX-16050-S16 ® 1 1 8 16 15 50 80 130 | 15 16
SWBX-20080-S20 [ 1 1 1 10 20 29 80 80 160 | 18.7 20
SWBX-20120-S20 [ 1 1 1 10 20 29 120 80 200 | 18.7 20
SWBX-25080-S25 [ ) 1 1 1 12.5 25 33 80 80 160 | 23.5 25
SWBX-25120-S25 o 1 1 1 12.5 25 33 120 80 200 | 235 25
SWBX-30120-S32 ® 1 1 1 15 30 38 120 80 200 | 28.8 32
SWBX-30170-S32 ® 1 1 1 15 30 38 170 80 250 | 29 32

E) 1. NMECA VY —NIHBAALTHIEE Ao BIRERHLIEE LYo

2. BKICL Y FBRUT S5 FRUBEEAERLER] (MOLY) [(FRBLTHEUEE A (BIFT)

3.BNIRD T4 —LREICDOVTI PA7ZISREIIEE W,

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Please see page 17 for the details of machined form.

0 [ @ . X—A—7EEfM Standard stock items

O : FEBTEEER Soon to be stocked

O FEENIFLIEDREFESE Soon to be deleted
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nBI:l
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A 28— b _ Parts
Inserts 957U L F i)
£ & Clamp screw Wrench (not be included)
Cat. No. glIX NERN FHN-EINA NEANE EX-EIXNA| SHEXNA
Main blade Sub blade Peripheral blade For main & sub For peripheral For main & sub For peripheral
W _ T — = 4
0) o P S50
SWBX216HM | SWBX216HS
SWBX-16050-S16 SWEX216MMW | SWBX216MSW DSW-2563H A-08SD
SWBX220HM | SWBX220HS
- - ZPMT1 /ER-PL | DSW-307H | TSW-2556H A-1 A-
SWBX-20080-S20 SWBX220MMW | SWBX220MSW 00308, SW-30 SW-2556 0 08
SWBX220HM | SWBX220HS
- - ZPMT1 /ER-PL | DSW-307H | TSW-2556H A-1 A-
SWBX-20120-S20 SWBX220NIMW | SWBX220MSW 00308 SW-30 SW-2556 0 08
SWBX225HM | SWBX225HS
SWBX-25080-S25 SWBX225MIVW | SWBX225MSW ZPMT100308ZER-PL [ TSW-410H | TSW-2556H A-15 A-08
SWBX225HM | SWBX225HS
SWBX-25120-S25 SWEBX225MMW | SWBX225MSW ZPMT100308ZER-PL | TSW-410H | TSW-2556H A-15 A-08
SWBX230HM | SWBX230HS
- - ZPMT1 /ER-PL | DSW-511H DSW-2563H A-2 A-08SD
SWBX-30120-S32 SWBX230MMW | SWBX230MSW 00308, SW-5 SW-2563 0 08S
SWBX230HM | SWBX230HS
SWBX-30170-S32 SWBX230MMW | SWBX230MSW ZPMT100308ZER-PL [ DSW-511H | DSW-2563H A-20 A-08SD
U5V TRUKE

HEERLT (N-m)

Clamp screw

torque

DSW-2563H

1.1

DSW-307H

21

TSW-410H

3.5

DSW-511H

6.1

TSW-2556H

1.1

@ | X—AH—7EER Standard stock items

O : EB7EEER Soon to be stocked

O EENTELEDREFEE Soon to be deleted

O
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SWBX/MSWXi#:

TYPE

I—5UN; \ﬁ*‘ Through coolanthole

Lo PoV 0 b o) V& Sk B LotV Ol Modular head MSWX type

7~10~—y

IS Cutting conditions @A -]

MD
P
-IlHHH_ ] 8
-.l'o'sla.t.ainju 1Tr—1 ©
= <% (mm) SIS — 22
A~ e i s
) A e o Dimensions Inserts Parts
& |7E _ _
Cat. No. Stock | o —| =y o X gl |J50TR0 LF i)
EEg. EB'J% R ¢D g T (Z)Db MD C W Main blade Sub blade Clamp screw Wrench (not be included)
g Hg c ToN To )
i o &£ 5
A > /
SWBX216HM | SWBX216HS
MSWX-1615-M8 | @ 1 1 8 | 16| 15|23 |15 |[M8| 8 | 12 SWBX21GMMW | SWEX216MSW DSW-2563H A-08SD
SWBX220HM | SWBX220HS
MSWX-2022-M10| @ 1 1 |10 | 20 | 22 | 30 |18.7|M10| 10 | 14 SWBX220MVIW | SWEX220MSW DSW-307H A-10
SWBX225HM | SWBX225HS
- - TSW-410H A1
MSWX-2525-M12| @ 1 1 1125 25| 25| 35 |23.5/M12| 11 | 19 SWBX225MMW | SWRX225MSW S 0 5
SWBX230HM | SWBX230HS
MSWX-3031-M16| @ 1 1 |15 | 30 | 31 | 43 |27.9|M16| 12 | 22 SWEBX230MMIW | SWEX230MSW DSW-511H A-20
) 1. BRI VY —NIHIAATHIFE Ao BIES RO EE L, 55 TRLKE }Eﬁh)bﬁ(N m)
2. KEAICLYFBIUT SV FRUREEFERLER (MOLY) FBLTBUFE A (BIFE) . Slamplsciey torqus
3. £EV25—N\YROEEHHITNLIEP 62T SRIET L, P o
4. 5%7]”15%0)77}'_L\§,E!E[C—3L‘t(;\ P177€’:‘§ﬁﬁ<7’fé’b\o TSW-410H 3:5
DSW-511H 6.1

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Please see page 6 for recommended tightening torque.
4. Please see page 17 for the details of machined form.

(5 X

@ | X—A—7EEER Standard stock items

O :EBEFEEm Soon to be stocked

O EEHELIEDREFESE Soon to be deleted
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EV1S—AYRERLEDFEEIT WLELTD

A FTI1S5—AYyRRDFHIFIEED;ES Attention to mounting head and MSN/ MGN shank holder.

EIaS5—=AY R#ESHFHIZFIE Tightening procedure

[@) &8 cleaning
EIaS5—AYR F—VBEY v I 7 — /N [EE—&I (BULERF—ILY+>I7—/\[TEEG-Body)) DfF#EEE T 7 —ICT
ERLIEE L,
hemove dirt and chips with air from the connecting thread and face of modular head and MSN/MGN shank holder.

©) {R5H& Initial Tightening
FMHICT.EI 1S —AYNFEES — VBB v I 7 —NTRE—#] (B UL ERF =LY+ 07 —/\[FEEG-Body|) ifxE
HHEBFE TRFHLTIEE W
Tighten by hand until the head and the shank holder faces touch.

[©) &#eh+F T Y% Final Tightening

MLZaVbO—-IVRINFBULBERAR/NT (DS A ) ICTHRENVIETH > EBERS B AMHU TS RNV L ZHERL<IEE
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

() (Rish B 9 [CIREICIRAN &SRB THMH T S & UL VEHETT SRR ENHUET

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

A =m N
A\ FEEE RUTAX FETNLS ZmE W(mm)
1. Z/SFRMLIIVNO— LR/ SF BULAERR/TF (DS9( ) Vg N O
EUPERKRIV TNV IEESELRELY), Rl N m i
2. ZINF1F DA ARICH <) EEERS B TAMHLEE W M12 20N-m 17’ 19
3. BVAS—AYREF—IBEY v 77 —IN[TEE—#] (bLL (& Mi6 25N-m 22,26
— L3 —N\[FEEG- EERES
AF =22 77— N HEG-Body)) DiREZEE ¥ T, I )] A BEI 25— Ay KEBCEIRL TS A, AEOROCS
WV EZRRLIEE L, 2. MLZIYRO— LR /NFEEDR £V 15—~y RO _HEIE (W-_r,ﬁ)ba:uc-r,ﬂf
UY BTV (EEI 1S AYRTERR—IBHE),
Note) 1. Use the torque control spanner wrench or (ZRINF &> TREHEEN DEEBDBENHIET.)
DIJET DS type spanner wrench. 3. ZEBW=8B U312 XEIBR) DEY 15— AvYRICDEXLTH. EAR/VFDS-8
2. Please gently apply pressure on wrench. BHULLIFDS-12ZTARLTBIFT,
3. Please confirm that there is no gap between MSN/MGN Note) 1. Modular heads are supplied without spanner wrench. o
TR e ) MR e ) 2. In case of choosing torque control spanner wrench, confirm that the wrench size is

match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)
\_ 3. 5% mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

J

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

HEG16EBDEI 15— A\YREEAT HIESI}. HESLD TmmE EEEOHVWEE—#ZREL TS
U< T DHFHAH KL THE—HDHTIE T BN HIET .

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 damage to the carbide shank.

¢Dc—dpD1Z=1mm TEE
JUFS5220.5mmBl_EHE

Clearance necessary
more than 0.5mm

|
I

HE—BOBE: 0D |
MSN carbide shank
neck diameter

UL ZRETRIH. I-5V M I7T0-D
- z ERZHELET,
Coolant or air blow is recommended to flushing the chips.

1
C

ETIA5—AYRDHE : dDc Modular head tool diameter

!

A REEDHRILI DR {HIBED;ES  Caution for the mounting to shrink fit holder.

F—IViBEY v I 7 —IN[TEE— ?ES(Jt’&‘)‘15—’\‘JF’ékﬁ*li‘b#)b?fﬁﬁﬁ?’%ﬂ%la\’E*‘)‘:LE—’\WI*"&IJ?"‘L/Z\ [TRE—f# D
ZREEHUTRMIM I TIREEN . AYROIUIFE, FEERFHEITIT>TRESE

When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank without mounting a
modular head together. Please mount a modular head after shrinking fit operation.

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




Swing INJE=EJ ncexavic Bail Nose End wil
WBX/MSWX v

MAE—® (EVa1S—~AyRBA—ILEBEY v 7—I\)

MSN Carbide shank holder

AE

’ -y

_ _ OD2: T—F > N

Fig.1 % ¢D2: I—=2/ ~jUE Coolant hole dia. Fig.2 % Coolant hole dia.
) ©
Al . | 2 On°t
L
IR+ T4 T Endmill shank type TR
B = o ~ & (mm) Dimensions &2 (k) -
Cat. No. Stock ®Ds 01 L dD1 On° MD »D2 Weight ’

MSN-M8-20-S16C ([ J 16 20 75 15.5 — 0.17 1
MSN-M8-40-S16C ( J 16 40 95 15.5 = 0.22 1
MSN-M8-40T-S20C ([ J 20 40 100 14.5 3°30’ 0.36 2
MSN-M8-77T-S20C ( J 20 77 143 14.5 1°45’ M8 4 0.49 2
MSN-M8-80-S16C ([ J 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C ( J 16 120 175 15.5 = 0.42 1
MSN-M8-152-S16C o 16 152 207 155 - 0.51 1
MSN-M10-20-S20C { 20 20 80 19.5 = 0.29 1
MSN-M10-40-S20C ( J 20 40 100 19.5 — 0.39 1
MSN-M10-40T-S20C ( J 20 40 100 18.5 0°43’ 0.39 2
MSN-M10-70-S20C ([ J 20 70 130 19.5 — 0.50 1
MSN-M10-85T-S25C ( 25 85 161 18.5 2° 0.90 2
MSN-M10-90-S20C (] 20 90 150 19.5 — M10 4 0.60 1
MSN-M10-90T-S20C ( J 20 90 150 18.5 0°19’ 0.58 2
MSN-M10-140-S20C ([ J 20 140 200 19.5 — 0.80 1
MSN-M10-140T-S20C o 20 140 200 18.5 0°12’ 0.77 2
MSN-M10-160-S20C (] 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C ( J 20 210 270 19.5 = 1.07 1

F) EVAS—AYROHEERFFMLIIIP.6E BRIV,

Note) Please see page 6 for recommended tightening torque.

(7 X

@ | X—AH—7EEER Standard stock items

O : EB7EEES Soon to be stocked

O : EENTELEDREFETE Soon to be deleted
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1| et NE =R A B =: P [ 24 - R s b2 A9 - MSN Carbide shank holder
.
A=~

¢D2: I =52 hUE

Fig1 % ¢D2: I—=2 ~jUE Coolant hole dia. Fig.2 % Coolant hole dia.
[ ] Ne) Ne}
(1 {f————1
VAl i | 2 ot
L
IRV IA T Endmill shank type
B = - ~ & (mm) Dimensions &2 (k) -
Cat. No. Stock ®Ds 01 L OD1 On° MD oD2 Weight ’
MSN-M12-25-S25C (] 25 25 90 24 — 0.53 1
MSN-M12-55-S25C [ ] 25 55 120 24 = 0.72 1
MSN-M12-100T-S32C [ ] 32 100 180 235 2° 1.61 2
MSN-M12-105-S25C (] 25 105 170 24 = M12 6 1.03 1
MSN-M12-135-825C [ ] 25 135 215 24 — 1.30 1
MSN-M12-155-S25C [ ] 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 (] 32 97 177 29 — 1.64 1
MSN-M16-105-S32C [ ] 32 105 170 29 = 1.59 1
MSN-M16-117T-S32C [ ] 32 117 197 29 0°38’ 1.88 2
MSN-M16-127-S32C (] 32 127 207 29 = 1.89 1
MSN-M16-127T-S32C [ ] 32 127 207 29 0°30’ M6 8 2.23 2
MSN-M16-155-S32C (] 32 155 220 29 = 2.04 1
MSN-M16-177-S32C [ 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C [ ] 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-832C [ ] 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C [ 32 197 277 29 0°23’ 3.00 2
MSN-M16-225-S32C [ ] 32 225 290 29 — 2.57 1
MSN-M16-245-S32C [ 32 245 310 29 = 2.74 1
MSN-M16-295-S32C [ ] 32 295 360 29 — 3.17 1
) EVAS—AYROHERMINLIFP.6ZETSRIIZE, Note) Please see page 6 for recommended tightening torque.

@ | X—AH—7EER Standard stock items O :EB7EEES Soon to be stocked O EENELEDREFEE Soon to be deleted } 0
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WBX/MSWX y

| et GRS NS P D AP F DI MSN Carbide shank holder

AL —K7P—=I\5A T straightarhor type

B~

= R ~f & (mm) Dimensions E%(kg)

Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M8-978-S15C ( 97 0.21
MSN-M8-147S-S15C (] 15 147 M8 4 0.33
MSN-M8-1978-S15C [ 197 0.44
MSN-M8-107S-S16C (] 107 0.27
MSN-M8-157S-S16C L 16 157 M8 4 0.40
MSN-M10-130S-S18C [ 130 0.42
MSN-M10-1908-S18C [ 18 190 M10 4 0.62
MSN-M10-240S-S18C (] 240 0.89
MSN-M10-130S-S20C [ 130 0.53
MSN-M10-190S-S20C (] 20 190 M10 4 0.78
MSN-M10-250S-S20C L 250 1.02
MSN-M12-185S-S23C [ 03 185 M12 5 0.98
MSN-M12-265S-S23C [ ] 265 1.42
MSN-M12-185S-S24C (] 185 1.07

24 M12 6
MSN-M12-265S-S24C [ 265 1.54
MSN-M12-1458-S25C ([ ] 145 0.91
MSN-M12-215S-S25C L 25 215 M12 6 1.36
MSN-M12-285S-825C [ 285 1.80
MSN-M16-160S-S28C [ ] 160 1.22
MSN-M16-230S-S28C (J 28 230 M16 8 1.77
MSN-M16-310S8-S28C [ 310 2.41
MSN-M16-1578-S32C o 157 1.61
MSN-M16-217S-S32C L - 217 Mi6 8 2.22
MSN-M16-287S-S32C [ ] 287 2.94
MSN-M16-357S-S32C [ ] 357 3.66
F) BEVAT—AYROHEMSIFNLIIFP.6ZE ISR, Note) Please see page 6 for recommended tightening torque.
@ | X—A—7EEm Standard stock items O :EBFEEm Soon to be stocked O EENFLEDREFEE Soon to be deleted
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N‘ N el =1l WACSHE SN B2y EXD VDAV A28 - MGN G-Body steel shank holder
TYPE
)/ o SHIMEN OMAMICENSG-Body eYa—hIA7
AE] (GIBodY] oL s rim TR RINTEOUIN< 3 = e & SR
QRN T =TV RICHBNITBEG-Body (RF — LY+ 7) EHEEVELET .,

o Adopted ultra-rigid and improved body durability "G-Body". e Short type
o Cost-effective and high strength steel shank holder.

% ¢D2: —Z> hjUE Coolant hole dia.
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L
IR+ T4 T Endmill shank type

e = 1 ~ & (mm) Dimensions E%(kg)

Cat. No. Stock ¢Ds Y& 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-S32 (] 32 37 107 29 — M16 6 0.56
MGN-M16-77-S32 (] 32 77 157 29 — M16 6 0.83

) 1. EVa5—A\vREREG-BodyiH EH BEFDUIHISAE. P.17~ 18 DIFEYIHIRM4RZZ DFFBALEE L,
2. EVAS—AYROEEHMFMLIIP.6ZTBRIIZT L,

Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 17-18).
2. Please see page 6 for recommended tightening torque.

M EREICEN RS+ REOGNLIE(IC KXY . REES65HRCL EEBEEMN DAER < BRI T, A&
AUB IO TEEGERERMALRLE30% U L7 v, BRI TREICORNZRIEBELE T,
G_B@dy FBle. W< TDBR. BOREEIH I SNROBIET,
| 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.

BEY Y I—8 7 —IN[BT/HSKY v 94 T IFTBES5HS
Adopted GN surfacePlease scan the below QR code for the other arbor
(MSA type intergrated carbide shank)

@ ' X—H—7EER Standard stock items O : EETEER Soon to be stocked O TEEHELIEDREFESE Soon to be deleted } m




TR . Inserts

Fig.1 (EXN - EIEHT)

(Main blade for low cutting force)

Swing INJE=EJ ncexavic Bail Nose End wil
WBX/MSWX y

Fig.3 (BIN -{[EEHIA)

(Sub blade for low cutting force)
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Fig.2(E3-FSED AT ) Fig.4 (8159 PP T F)
(Main blade for welding & hardened material) (Sub blade for welding & hardened material)
} R
—
m o/ @ >
} L
A ]
Fig.5(54@X)
(Peripheral blade)
A
o o+
| ‘/ki/jgc
-
) PVDI—F1>5 = & (mm)
B & LT PVD coated Dir/nensions Fig.
cat. No. Type JC5240 | JC8118 JC8O15| R A B T r
SWBX216HM wi BB ° ° 8 15 79 | 33 — 1
SWBX21EMMW |1, i oo e ° 8 15 79 | 33 | — | 2
SWBX216HS o BN BB ° ° 8 16.1 6.6 | 3.3 — 3
SWBX216MSW | o, BAAEOMTA ° 8 161 | 6.6 | 3.3 — 4
SWBX220HM i R ° ° 10 188 | 99 | 39 | - 1
SWBX220MMW |, = MEDIITA ° 10 188 | 99 | 39 | — 2
SWBX220HS sEh BRI ° ° 10 229 | 88 | 39 | — 3
SWBX220MSW |, BAAEOMTA ° 10 229 | 88 | 39 — 4
SWBX225HM i BT ° ° 125 | 223 | 124 | 46 | — 1
SWBX225MMW |, X AEDIITA ° 125 | 223 | 124 | 46 — 2
SWBX225HS s BB ° ° 125 | 263 | 105 | 46 | — 3
SWBX225MSW |, B AEONIA ° 125 | 263 | 105 | 46 | — 4
SWBX230HM W AT ° ° 15 | 279 | 147 | 6 — 1
SWBX230MMW |, EFNEOMTA ® | 15 279 | 147 | 6 — 2
SWBX230HS s BRI ° ° 15 328 | 123 | 6 — 3
SWBX230MSW |, EAAEONTAE ® | 15 328 | 123 | 6 — 4
ZPMT100308ZER-PL S ° - | 10 6 34 | 08 5

15 —210BAWTT,
10 inserts per case.

) 1. RELEISRMEP.13~18% GBI TR D 74— ABEICDVTIRIP.17Z2TBREE L,

2. FH-BIH AT E—I 1 T-E—MEZEHED R TEREE W,

Note) 1. Please see page 13-18 for cutting conditions and page 17 for the details of machined form.
2. Be sure to use the same type & the same grade for main & sub blade together.
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)| mm=={;]M Cutting data

1. 9—E> 7' L—RIIT =4I Machining turbine blade

%7% . 2 Part name | 9—E>7'L—R Turbine blade
;FI?} § izl Material | X7 (SUS420J1482) Stainless steel (1.4034)
# | EE Hardness | —
Bo|nE ToolNo. | 32 A i i 158
& | 4V9—NPEME Insert No. | SWBX216HM/HS (JC8118)
m OEREHRE  n, Vo n=2,300min"' (Vc=115m/min)
224 Overhung length: 50mm é EUIRE X Vi, f Vf=1,051mm/min (f=0.46mm/rev)
BT RSN THEERSEU%SI 100 | L £ | ap (nm) 1mm
3 | Gompaman i socpatior s MW ravess | % £ 2 1mm
R & | machining time by half and improved tool life by 3 | 5 [ 79—k Coolant | Z&MELIHEIE Water soluble
times (machined 300 works). O
No chatter and good surface roughness. Rk Machine | IIi2MC Vertical MC
2. U REENNT A Machining stamping die
;J%_E 2 Part name | L AEH!  Stamping die
*leilg WHIA Material | SKD114824 1.2379, D2
=4 [i:iray Hardness | 59HRC
B | e ToolNo. | B0 A A AR 10
é = AV —MNEE MTE Insert No. | SWBX220MMW/MSW (JC8118)
» | DEEEATHRE Vo n=2,500min-" (Vc=157m/min)
ZetHL Overhung length: 65mm é EURE X Vi, f Vf=1,500mm/min (f=0.6mm/rev)
MR 2An, 17, SEMNT SRR <t | L | @p (mm) 0.4mm
‘%E %Eﬁ?;gﬁﬁgurs (cutting length: 2km), inserts {%Fg de (mm) 0.4mm
¥§ showed normal wear and were still able to g J—32k Coolant J—32/k Mist coolant
continue {E R Machine | TTSMC (HSK63) Vertical MC (HSK63)
3. $BEEIN T Machining forging die
%{ ZHR Part name | $8&8¢  Forging die
*Izg =) Material | SKT4 1.2713
# | EE Hardness | 42HRC
| & Tool No. | SWBX-25080-525
,:E'E ° AV —MEE M Insert No. | SWBX225MMW/MSW (JC8118)
” CELRE HDRE  n, Ve n=1,850min"' (Vc=145m/min)
224 Overhung length: 80mm é EUIRE. XL Vi, f Vi=900mm/min (f=0.49mm/rev)
T EIF I CEr 20050 . ’%E ap (mm) F2mm. . EIFTmm  Roughing: 2mm, finishing: Tmm
ﬁé %Szﬁéﬂgiﬁfofﬁ}?u;hing & finishing is 20 1%;:% de (mm) Fedmm. fEEIF1Tmm  Roughing: 4mm, finishing: 1mm
e § hours. No chatter and good surface roughness. 8 J—3Uk Coolant T 7—70— Airblow
e At Machine | IZFZMC Vertical MC
4, P9EEYERAITEEAI Machining welding part
;J%_E Bz Part name | L AEH!  Stamping die
*Ijg ) Material | SKD11+P3E&") (MoCr)  1.2379+welding
AR Hardness | 60HRC+55HRC
Es| & Tool No. | SWBX-30120-532
517 | 45— B Insert No. | SWBX230MMW/MSW (JC8015)
» | DEEEATHRE  n, Vo n=3,000min-" (Vc=283m/min)
Z2tHL Overhung length: 120mm é RDRE, X Vi, Vf=1,800mm/min (f=0.6mm/rev)
PABELEE 1 BIINIT, ’JI'JE ap (mm) Tmm
15 § ﬁ%ﬁé%eﬁiﬁﬁ%ﬁ%oun Inserts were still {%F § de (mm) Tmm
ES & | good conditions (no breakage and normal wear). g IJ—3k Coolant I7—7'0O— Airblow
= FAtE Machine | IIFZMC Vertical MC




Swing INJE=EJ ncexavic Bail Nose End wil
WBX/MSWXF: )

X W As P72k ol | & ¢ -39 |- -8 Recommended cutting conditions for Swing Ball-NEO 16mm dia.

m I ® & BT BHRIDIII GELY) BHIDIT (R
Type of machining Slotting Shoulder cutting Shoulder cutting
. Jg— JU— .
I e || e
Materials Inse/rt ype Grade Parameter
R n (min") 4,000 4,000 4,000 3,400
B 250HBELR HHs | 465240 | VA (mmmin) | 560 1,000 800 680
Carbon steel (J08118) ap(mm) 4 4 8 12
(C50,C55)
Below 250HB de (mm) — 3 4 1
540 n (min") 3,800 3,800 3,800 3,400
JEAEADEL e JC5240 | Vi (mm/min) 530 950 760 680
Cast steel (JCS118) ap(mm) 4 4 8 12
(1.7225) —
Below 285HB Qe (mm) 3 4 1
TE8 n (min") 3,400 3,400 3,400 2,900
BRBAL T uHs | 965240 | VA (mmmin) | 680 740 680 640
Die steel, (JC8118) | @p(mm) 4 4 8 12
(1.2344,1.2379)

Below 255HB de (mm) — 3 4 1
TY)\—R i N (min) 3,400 3,400 3,400 3,200
el I i) HM/HS Jc811g | VA (mmimin) 680 740 680 640

Mold steel ap(mm) 4 4 8 12

(1.2311,P20) —_

30-36HRC de (mm) 8 4 1
TUIN—=R /4] n (min) 3,000 3000 3000 2,800
K0P Hws | gcgis | VA mmimin) 430 600 600 640
Mold steel ap(mm) 4 4 8 12
(1.2311,P21) —
38-43HRC de (mm) 3 4 1
15 £ n (min) 2,200 2,200 2,200 —
S ) MMWMSW | o [ VE (mmin 260 440 330 =
Hardened die steel (HM/HS) ap(mm) 2 2 6 —
(1.2344,1.2379)
42-52HRC de (mm) i 2 1 —
Bﬁ_lﬁbéal;gﬁ{\ﬂﬂ n (min) 1,200 1,700 — —
~55. Vi (mm/min) 150 400 — —
Eg;g’d%ize'iﬁa MMW/MSW | JC8118 ap(mm) 1 ~1 — —
(1.2379) — -
55-62HRC e (mm) — 2
T n (min) 3,800 3,800 3,800 2,800
@ 6028018 HWHS | oo [ Vimmmmn) | 950 1,400 1300 700
Fa (MMW/MSW) ap(mm) 4 4 8 12
160-260HB e (mm) — 5 4 1
U541 )LiEk n (min") 3,800 3,800 3,800 3,400
B0 SObHE ahs | /65240 | Vi (mmimin) 530 950 760 680
N°d(lg%fac;lg)t iron (JC8118) | ap(mm) 4 4 8 12
170-300HB e (mm) — 3 4 1
F—2FF AT I\} (min) 3,400 3,400 3,400 3,200
AT VLR tf (mm/min) 680 740 680 640
= JC8118
SR s | B o) |4 : 5 i2
(AISI 304, 316, 317) Qe (mm) — 3 4 1
T e
T # f (mm/min) )
= HM/HS JC8118
Sainots sion Fodoulaonons / ap(mm) 4 4 8 12
(AISI 403, 4202, 430) Qe (mm) — 3 4 1

WERALDEEEIR

1) LECOIBISRAE ERBIES KOO —JBIEICR U TRELIZE L,
2) VWD REUBE R WHARHRE Z FEEHEL) BEUTLIEE V. H3VEEEREZ P TERLKIEE L,
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2)In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
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YO WA Pk e3[4 ¢ - +-34) = [E-J - =8 Recommended cutting conditions for Swing Ball-NEO 20mm dia.

m I ® & BT BHEIDINT GXLY) BHIDIIZCRV)
Type of machining Slotting Shoulder cutting Shoulder cutting
. J— JU— o
A e || e
Materials g Parameter
Insert type Grade
Ss\b‘—gc,iéﬁs.@c n (min) 3,180 3,180 3,180 2,680
92 250HBLL R ks | 965240 [V (mimin) | 890 1,000 800 570
C%ﬁﬂ%ﬁ' (JC8118) | 8p(mm) 5 5 10 16
Below 250HB e (mm) — 4 5 2
51 N (min- 3,020 3,020 3,020 2,700
cwidiibes) Jcs240 | Vi m/r)nm 820 920 760 540
fEc 285HBIL TR HM/HS ( )
%2%%' (JC8118) | 8p(mm) 5 5 10 16
Below 285HB e (mm) = 4 5| 2
= N (min- 2,700 2,700 2,700 2,390
(ST Jcs240 | Vi (rr::*:/r)n n 680 810 630 480
@ 255HBLLT HM/HS ( in)
Die steel, (JC8118) | @p(mm) 5 5 10 16
(1.2344,1.2379
Below 255HB e (mm) — 4 5 2
TUJ\—R 4 N (min) 3,020 3,020 3,020 2,700
'y IRt HMUMS 108118 | VA (mmmin 450 650 600 540
I ol | : 5 >
: e —
TUIN—R 8 n (min") 2,700 2,700 2,700 2,400
RS0 Hwbs | scatqg |V mmmin) | 400 580 530 480
e e — : 5 2
38-43HRC Qe (mm) — 4 5 2
15 AR n (min) 1,750 1,750 1,750 —
(CROCIDACOMN | MMWMSW | oo | VA (mmmin) | 350 400 320 =
Hardened die steel (HM/HS) ap(mm) ~D ~9 ~4 —
(e sating Qe (mm) — 3 4 —
Bﬂ@b(éa&gﬁ{&ﬂﬂ n (min) 1,400 1,400 — —
Eoocorne | wwwsw | csire | e 280 950 - -
(1.2379) Gp(mm) 1
55-62HRC de (mm) — 3 — —
FIrEEER n (min) 3,180 3,180 3,180 2,860
. HWHS | oot | VA (mmmin) | 1,160 1,300 1,040 740
G(rglézig‘;” (MMW/MSW) ap(mm) 5 5 10 16
160-260HB de (mm) — 4 5 2
50541 )LiEek n (min") 3,020 3,020 3,020 2,700
@1 70,5008 abs | /65240 | Vi (mmvmin) 820 920 760 540
Nm%g&%ﬁm” (JC8118) | ap(mm) 5 5 10 16
170-300HB e (mm) — 4 5 2
R R
P i f (mm/min)
, 316, % HM/H JC8118
s Lé?a?r?lgsssgtgeIapuggni?ti%rg nke dp(mm) 5 5 10 16
(AISI 304, 316, 317) Qe (mm) — 4 5 2
R e
T/ i mm/min
, , = HM/HS JC8118 d
Sainees sioo e iaronan ap(mm) 5 5 10 16
(AIS| 403, 420J2, 430) Qe (mm) — 4 5 2

WERALDZETEIR

1) LEEDOYIHISA I ERRBIES KD —IBIMEICIHC TR TV,
2) CUUHDREUB SR WHARHRE Z FEEHEL) BEUTLIEE V. H3VEEEREZ P TERLKIEE L,

NOTE

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

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



Swing INJE=EJ ncexavic Bail Nose End wil
WBX/MSWXF: )

Y WA Pk el & - +-34) = [E-I - -8 Recommended cutting conditions for Swing Ball-NEO 25mm dia.

m I B & BT BHRIDIII GELY) BHIDIT (R
Type of machining Slotting Shoulder cutting Shoulder cutting
. J— JU— .
I e || e
Materials Inse/rt ype Grade Parameter
S%ﬁ%@(} n (min) 2,550 2,550 2,550 2,290
oo Lot ke HMHS 45240 | VA (mm/min) 760 890 690 500
Carbon see (JC8118) | @p(mm) 6 6 12.5 20
Below 250HB e (mm) — 5 6.5 3
S50 N (min) 2,400 2,400 2,400 2,160
SN T, 45240 | VA (mm/min) 720 840 640 480
Cast st (JC8118) | p(mm) 6 6 12.5 20
Below 285HB 8e (mm) = 5 6.5 3
TEH n (min) 2,160 2,160 2,160 1,910
{SKDE1SKD1T) HM/HS JC5240 | Vi (mm/min) 590 690 540 420
(1£$¥%m) (JC8118) | &p(mm) 6 6 125 20
Below 255HB e (mm) — 5 6.5 3
TUJN\—R/4f n (min) 2,400 2,400 2,400 2,160
ol I i) HM/HS 10811 | VA (mmmin 480 530 480 430
(1'\/'20?!?13?2%) ap(mm) 6 6 12.5 20
30-36HRC 8e (mm) - 5 6.5 3
TUIN—R 8 n (min") 2,100 2,100 2,100 1,900
K0P Hwbs | scatqg |V mmmin) | 420 460 420 380
(1'\"203“1115155'1) ap(mm) 6 6 12.5 20
38-43HRC e (mm) — 5 6.5 3
15 £ n (min) 1,600 1,600 1,600 —
A L) MMWMSW | oo [ VE (mmmin) | 350 400 350 -
Hardened die steel (HM/HS) ap(mm) ~3 ~3 ~5 —
(1.2344,1.2379
42-52HRC de (mm) — 4 ) —
Bﬁ.l@béal;gﬁ{\ﬂﬂ n (min") 1,400 1,400 — —
~55. Vi (mm/min) 280 350 — —
I e e e E =
(1.2379) —_ —
55-62HRC de (mm) — 4
i n (min?) 2,550 2,550 2,550 2,290
1602808 HWHS | jogyqg [VEimmimm) | 1,000 1,150 900 650
Sekon (MMW/MSW) ap(mm) 6 6 125 20
160-260HB de (mm) — 5 6.5 3
U5 A )LiEEk N (min") 2,400 2,400 2,400 2,160
@1 70,5008 abs | /65240 | Vi (mmimin) 720 840 640 480
e " (JC8118) | @p(mm) 6 6 125 20
170-300HB de (mm) — 5 6.5 3
S
T /A% f (mm/min)
, 316, % HM/H JC8118
S moss ses A S ap(mm) 6 6 125 20
(AISI 304, 316, 317) Qe (mm) — 5 6.5 3
NeAZiy Viinmmn | 760 | de0 | ée0 | 500
T & mm/min
£ HM/HS JC8118
e o AW asom |6 -
(AISI 403, 4202, 430) Qe (mm) — 5 6.5 3

WERALDEEEIR

1) LECDIBISRA S ERBIES KOO —IBIEICR U TRELIZE L,
2) VWD REUSE R WHARHRE Z MBS BEUTLIEE V. H3VEEEREZ P TERLIES L.
NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2)In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
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e WA POk e 14 ¢ - +-34) = [E-Z - =8 Recommended cutting conditions for Swing Ball-NEO 30mm dia.

m I B & BT BHIDIIIGELY) BHIDIT (L)
Type of machining Slotting Shoulder cutting Shoulder cutting
o J— JU— .
A e || e
Materials Inse/rt ype Grade Parameter
SS‘D‘_JO(C%%@C n (min?) 2,300 2,300 2,300 1,800
oot ) HMHS 45240 | VA (mm/min) 800 1,020 770 450
Carton e (JC8118) | @p(mm) 10 10 16 28
Below 250HB e (mm) — 6 9 6
5 n (min? 2,090 2,090 2,090 1,670
iSiibos Jcs240 | VA (mm/) 720 920 700 420
B 285HBIL TR HM/HS C5 (mm/min)
%2%%‘ (JC8118) | @p(mm) 10 10 16 28
Below 285HB de (mm) — 6 9 6
TEiH n (min) 1,950 1,950 1,950 1,560
{SKDE1SKD1T) HM/HS 45240 | VA (mm/min) 630 810 600 390
Die steel, (JC8118) | a@p(mm) 10 10 16 28
(1.2344,1.2379
Below 255HB Qe (mm) — 6 9 3
74'3&7\&'5\%%@ n (min') 2,060 2,060 2,060 1,650
(L£1ﬁ£m 8p(mm) 10 10 16 28
30-36HRC de (mm) — 6 9 6
7'(%“@%@{)&@ n (min) 1,800 1,800 1,800 1,500
(1.2311,P21) p(mm)
38-43HRC de (mm) — 6 9 6
A n (min") 1,600 1,600 1,600 —
a2 osime MMW/MSW | JC8015 | V£ (mm/min) 400 480 400 -
e (HM/HS) | (JC8118) | ap(mm) ~4 ~4 ~6.5 —
42-52HRC e (mm) — 5 8 —
Bﬂ@b(éa&gﬁ{&ﬂﬂ n (min) 1,400 1,400 — —
~B5, Vi (mm/min) 280 350 — —
gsedke | wmwimsw | Jcgots (2| 260 350 = =
(1.2379)
55-62HRC de(mm) — 5 — —
T iEEk n (min) 2,300 2,300 2,300 1,840
2| 60 26018 HMMHS | JC8118 | VA (mmmin) | 1,140 1,380 1,020 640
S (MMW/MSW) | (JC8015) | &p(mm) 10 10 16 28
160-260HB de (mm) — 6 9 6
ﬁ‘??g’)b%ﬁ% n (min') 2,090 2,090 2,090 1,670
B0 JObHE abs | /65240 | VA (mm/min) 720 920 700 420
N“%ggﬁ”m (JC8118) | ap(mm) 10 10 16 28
170-300HB de (mm) — 6 9 6
F—2AFF AR I\’} (min-) 2,060 2,060 2,060 1,650
AT VLA T (mm/min) 310 600 400 330
£ JC8118
ST | GIUE aoom |10 10 i6 26
(AISI 304, 316, 317) Qe (mm) — 6 9 6
e - e
T/ & f (mm/min) ,
, , £ HM/HS JC8118
S v aoom) |10 10 i6 26
(AISI 403, 4202, 430) Qe (mm) — 6 9 6

WERALDETEIR

1) LEEDYIHISAF ERRAIES KD —IBIMEICIHC TR TV,
2) COUHREUB SR WHARHRE Z FEEHEL) BEUTLIEE V. $3VEEEREZ P TERLIEE L,

NOTE

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

2)In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
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Swing INJE=EJ ncexavic Bail Nose End wil
WBX/MSWX7 )

A1V R=b2F EI 25—V REEFIEIRGR
25—y RMSWXH + BE—# (EV15— vy REA—ILBEY +2 2 7—)\)

Recommended cutting conditions for MSWX and MSN

TEZ(mm) Tool dia.

Azl 4;;%_'\ 4?;;\ 16 20 o5
LI Insert type Grade g |ap |a | n | Vil g | ap| ae| n | Vi| g | ap| ae| n | Vi
(mm) | (mm) | (mm) | (min”) |(mmmin)| (mm) | (mm) | (mm) | (min) (mmin)] (mm) [ (mm) | (mm) | (min") |(mm/min)
(Sgé%é%@@ 165240 50 | 1.1|1.0 |4,20012900| 70 | 1.3 | 1.3 |4,800/3,360| 90 | 1.3 | 1.3 3,800 2,700
BE250HBIUT | H\/HS (Cg118) | 100 | 0.7 0.7 420012900| 120 0.8 | 0.8 4800/3360] 140 | 0.8 0.8 38002700
B 150| 0.3| 0.3 [3,600(2,520| 190 | 0.3 | 0.4 4,002,800 210 | 0.3 | 0.5 |3,200 2,200
- a1 50 | 1.1 1.0 [4,0002,800| 70 | 1.3 | 1.3 |4,0002,800{ 90 | 1.3 | 1.3 [3,200/2,240
e aramr " | HMHS | (jaso4) | 100| 0.7 0.7 |400012800| 120 | 0.8 | 0.8 4000/2800] 140 | 0.8 | 0.8 3200 2240
o el 150 | 0.3| 0.3 [3,400(2,380| 190 | 0.3 | 0.4 |3,6002,500 210 | 0.3 | 0.5 2,800|1,960
e 105240 50 | 1.1 1.0 |4,000[2,800| 70 | 1.3 | 1.3 |4,0002,800| 90 | 1.3 | 1.3 [3,200(2,240
BT | HWHS | (dei1g) | 100 0.7]0.7 |4000/2800| 120 | 0.8 | 0.8 4000 2800| 140 0.8 | 0.8 32002240
oo e 150| 0.3| 0.3 [3,400(2,400| 190 | 0.3 | 0.4 3,602,500 210 | 0.3 | 0.5 2,800 1,960
a'lg“;l;f,—xt;;/z%l)ﬂ 50 | 1.1]1.0{3,6002,100{ 70 | 1.3 | 1.3 |2,800/1,700| 90 | 1.3 | 1.3 |2,300|1,400
B HM/HS | JC8118 |100| 0.7 | 0.7 |3,600/2,100| 120 | 0.8 | 0.8 |2,800/1,700| 140 | 0.8 | 0.8 |2,300| 1,400
e 150 | 0.3| 0.3 [3,000/1,800| 190 | 0.3 | 0.4 |2,400 1,400 210 | 0.3 | 0.5 2,000|1,200
7'({“;\&52‘45%53 50 | 1.1|1.0|3600/2,100| 70 | 1.3 | 1.3 [2,800/1,700| 90 | 1.3 | 1.3 |2,300/1,400
R 38-23HRG HM/HS | JC8118 | 100 0.7 | 0.7 3,600/2,100| 120 | 0.8 | 0.8 |2,800/1,700| 140 | 0.8 | 0.8 2,300/1,400
e 150| 0.3| 0.3 [3,000(1,800| 190 | 0.3 | 0.4 2,400|1,400| 210 | 0.3 | 0.5 2,000 1,200
<S§g%§9§%g~ WHS 50 | 0.8 0.8(3,0001,800| 70 | 0.8 | 0.9 |2,400/1,200{ 90 | 1.0 | 1.0 [1,900/1140
dmeaese | (uWMSw| JC8118 | 100| 0.6/ 0.6 |2800/1400| 120| 0.6 | 0.7 2200/1,100| 140 0.8 | 0.8 |1,800] 900
(123 2379) 150 | 0.2] 0.2 2,300 920 [ 190| 0.2 | 0.3 [1,900| 760 | 210 | 0.3 | 0.5 |1,500| 600
Wﬁ%ﬁgﬁ{&mﬁ 50 | 0.5| 0.5 2,400(1,200{ 70 | 0.5 | 0.5 [1,900| 950 | 90 | 0.5 | 0.7 1,500| 750
SS5-02HRC — IMMW/MSW| JC8118 | 100 0.3 0.3 2,200/ 880 [ 120 | 0.3 | 0.4 |1,800| 800 | 140 | 0.3 | 0.5 |1,400 560
2T, 150 0.1]0.2 [2,000/ 800 | 190 | 0.1 | 0.2 |1,600| 640 | 210| 0.1 | 0.3 |1,300| 520
R 50 | 1.3 1.3 4,000[2,800| 70 | 1.5 | 1.5 [3,200/2,200| 90 | 1.5 | 1.5 |2,600/1,800
B 160-260HB (MTAWHS?W) JC8118 [100| 1.0/ 1.0 40002800 120 | 1.0 | 1.0 |3:200/2200| 140 | 1.0 | 1.0 [2600/1,800
160-95018 150 | 0.5| 0.4 |34002,400| 190 | 0.5 | 0.4 [2,700/1,900| 210 | 0.5 | 0.5 |1,900 1,300
e e 50 | 1.1/ 1.0 |4,0002800| 70 | 1.3 | 1.3 40002800 90 | 1.3 | 1.3 |3,200/2,240
®2170-300H8 | H\1/Hg dgg;lg) 100| 0.7 0.7 |4,000(2,800| 120 | 0.8 | 0.8 |4,000/2,800| 140 | 0.8 | 0.8 |3,200 2,240
170-30008 150 | 0.3 0.3 34002330 190 | 0.3 | 0.4 [3600/2500| 210| 0.3 | 0.5 |2,800 1,960
F—RFFALF 50 | 1.1 1.0 |3,600/2,100{ 70 | 1.3 | 1.3 [2,800/1,700| 90 | 1.3 | 1.3 |2,300/1,400
gu@%ﬁa’le;lléﬁ'yﬂcrf HM/HS | JC8118 |100| 0.7| 0.7 |3,6002,100| 120 | 0.8 | 0.8 2,800|1,700| 140 | 0.8 | 0.8 2,300 1,400
(AISI 304, 316, 317) 150| 0.3| 0.3 [3,000(1,800| 190 | 0.3 | 0.4 2,400|1,400| 210 | 0.3 | 0.5 2,000 1,200
RIWFUIALR 50 | 1.1 1.0 |4,200[2900| 70 | 1.3 | 1.3 |4,800/3360| 90 | 1.3 | 1.3 [3,800/2,700
gu%%%ém%f%)fsoriz HM/HS | JC8118 |100| 0.7| 0.7 |4,200/2,900| 120 | 0.8 | 0.8 |4,800|3,360| 140 | 0.8 | 0.8 13,800 2,700
(AISI 403, 4202, 430) 150 | 0.3 | 0.3 |3,6002,520| 190 | 0.3 | 0.4 14,000{2,800| 210 | 0.3 | 0.5 |3,200|2,200

WERALDEEEIR
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v Lo P 2 b i V5 0% |l = {0 w2 CoW R Machined form by Swing Ball-NEO

E) SEiRERIC ERIDRISHARIREDELFT .
Note) At center point as shown in above figure, material can be left as mentioned in chart.

NOTE) 1.The figure to be adjusted according to the machine rigidity or work rigidity.
2.Use air blow.

@S\WBXHZ swBX type
R A B
8 0.5 0.01
10 1.2 0.02
12.5 1.4 0.02
15 1.7 0.03
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E/z .
— LAY —K~ 4=k TEZ(mm) Tool dia.
Materials ﬁ2§ ME S0
Insert type Grade (mm) (ﬁr‘?l) (gﬁ) (mﬁﬂ) (mn\lﬁnn)
=
ﬁgiz%fa%gg L5040 100 | 1.5 | 1.5 |3,000 2,100
Eag%%”csgge' HM/HS (1C8118) 150 | 1.0 | 1.0 |3,000 2,100
R 210 | 0.3 | 0.7 |2,650(1,860
(Qﬂ”%“?’l'ﬂ[’@ a1 100 | 15 | 1.5 |2,600|1,820
ﬁ?@gggggw HM/HS (C5240) |_150 | 10 | 1.0 2,601,820
e 210 | 0.3 | 0.7 2,300 1,600
T
(SKDGLS%\H) L5040 100 | 1.5 | 1.5 |2,6001,820
E&égg{l:guF HM/HS (JC8118) 150 | 1.0 | 1.0 |2,600 1,820
Choon 250010 210 | 0.3 | 0.7 12,300 /1,600
e
a%;’PXEPJZ%Q 100 | 1.5 | 1.5 |1,900/1,100
S SeHRe HWHS | Jc8118 | 150 | 1.0 | 1.0 | 1,900 1,100
(1,231,520 210 | 0.3 | 0.7 |1,600/1,000
D )\— /4
7 Rikeo b 100 | 1.5 | 1.5 |1,900/1,100
38 43HRC HW/HS | JC8118 | 150 | 1.0 | 1.0 | 1,900 1,100
P 210 | 0.3 | 0.7 |1,600/1,000
BEANGE
PSR S a1 100 | 1.0 | 1.2 |1,600 960
W42 52hIRC 150 | 0.8 | 1.0 |1,500| 750
Hardened die stee (MMW/MSW) | (JC8015)
(12881 2379) 210 | 0.3 | 0.8 |1,300| 520
REDH AN 100 | 0.6 | 0.8 1,300| 650
IS B2HRC MMW/MSW | JC8015 | 150 | 0.3 | 0.7 [1,200| 480
Rt 210 | 0.1 | 0.5 |1,100| 440
i 100 | 1.5 | 1.5 |2,200|1,500
# 160-260HB HM/HS JC8118
ey o vwmsw) | (1cs015) 150 | 1.0 | 1.0 |2,200 1,500
160-260HB 210 | 0.5 | 0.7 |1,800 1,200
U1 )Lk 100 | 1.5 | 1.5 |2,600 1,820
B S0 S0bHB JC8118
o | 70-300HE HM/HS (1C5240) 150 | 1.0 | 1.0 |2,600 1,820
N 210 | 03 | 0.7 12,300|1,600
Z—Z?B‘;{I\% 100 | 1.5 | 1.5 |1,900/1,100
(sUsI0T d16 Az | HMHS | Jcs118 | 150 | 1.0 | 1.0 | 1,900/1,100
Stainless steel Austenitic
(AISI 304, 316, 317) 210 | 0.3 | 0.7 |1,600/1,000
7}71\15;/37{%%;(; 100 | 1.5 | 1.5 |3,000 2,100
(SUS403,31_2€JZ,436)130r% HM/HS JC8118 150 | 1.0 | 1.0 |3,000|2,100
Stainless steel Ferritics/Martensitic
(AISI 403, 4202, 430) 210 | 0.3 | 0.7 |2,650/1,860

WERALDEEEIR
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NOTE) 1.The figure to be adjusted according to the machine rigidity or work rigidity.
2.Use air blow.

y Lo P oo |8, B i W) ML) oy e 2% 5 s 46 w.0 | Maximum plunging depth and feed rate for Swing Ball-NEO

Azl RAE TEE Tooldia.: ¢DC (mm)
Materials Max.value 16 20 25 30
g8 (FCFCD.GMA) | &p(mm) 3 4 5 10
Cast iron (GG,GGG) f (mm/rev) 0.25 0.30 0.40 0.40
pesRel. A%, T8 | dp(mm) 2 3 4 8
Cast steel, Alloy steel, Die steel | £ (mm/rev) 0.2 0.25 0.30 0.30

ap: YHAZRS, %N E

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

QT EMHRF . WRDIEDFELFLEE IS ENDDET . Specification shall be changed without notice.
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