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New generation high feed mill

=it U RE=S S| md a0 B AL/ Roughing application for high feed tool

xS DIER Product type

HAHFE3IMmMU T TTEWVWEREINICELS
BEERUPEBEIEULI:

SKSYU—2X
(SRS VY -9 1)

SKS series

(@p=3mm / high machine power / high rigidity insert)

SKSYU—X (SlYEAL Y —BRI A7) SKS series (high rigidity insert)
W IFEE : BTS50L LD =SH 1% For high power machine (over BT50)

BEVIIIRT—
(SKS, MSH)

High feed diemaster

SKS GII
(SKG, MSG)

SKSTIARU—L

(EXSKS)
SKS Extreme

o K E3O— 111k

e ap: 1.5mmiTF

O KEIZAHNGHBY,
SVEVIHEEICEND

o R wMITLICERE

e 075 ,Ld—7R1.5~3.0

e Insert with 3 corners

o K E4d—F 1%

eap: 2.5mmiTF

o StlIAHEEYERERNT
e 075 ,3—7+R3.0.R4.0

e Insert with 4 corners

o fjE6 11—tk

@ ap: 3mmlUF

o BT50L EDB/HIEICHRE
e 075, d—7FR3.5

e Double-side insert (6 corners)

®ap=1.5mm ®adp=2.5mm e dp=3mm

o Due to having big inner edge, excellent in ramping. e High cutting depth / high feed / high efficient e Suitable for high output machine (over BT50)

o Suitable for pocket milling machining o Corner radius for programming : R3.5
Lo(]orner radius for programming : R1.5-3.0 L e Corner radius for programming : R3.0-4.0 L y

VIAHEBIUT—JE S [C LD EAEE

Application range

w

N
2

N

Insert

B&Aap Max. dp (mm)
3

-

o
3

0 10 20 30 40 50 60
J—2J8 & (HRC) Hardness of work materials

) BHY O (CHRIBHORRDHMIFHEEHIDOT [Tooling by DIJETIRHhZEZSRLIIEE L,
Note) Please see the latest general catalog for the details of the products not included in this leaflet.

SKSS/U—2X' sKS Series
ITREREER <Y

Comparing machining efficiency

S&{4 Cutting conditions

1) #EI44 Work material : S50C
2)22H U Overhung length: 200mm
3)ae=Dcx0.6

Metal removal rate

0 50 63 80 100

'E EXSKS ] < I HEHE Metal removal rate : Il

D) SKSGI[ 114 )% <FHEHE Metal removal rate : [l

O > .

= 1200 £ feed: @ | 40,000
= 1000 9,000
S 800 8,000
2 700 7,000
= 600 6,000
i 500 5,000
2 400 4,000
® 300 3,000
3 200 2,000
= 100

125 160 200

544% Tool dia. (mm)

JEVIRE Feed speed (mm/min)
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=&y I DIER! Product type

HAHETMMEITTEZANIICKLS
HERUPZHBIELI

QMYU—-X
(NBIA Y —RIA D)

QM series

(@p=1mm / Multi blades / small-sized insert)

D

QMIU—=R (INBSL B —BN9 A7) QM series (small-sized insert)
i IEHEFE : BT30~BT500) =34 For high speed machine (BT30-BT50)

e ap: 0.3mmIAF
®BT30~40DSEEICRE
e O0J5L0—7+R1.0

e Insert with 2 corners

e Low cutting force insert & achieved high feed
machining

e ap=0.3mm

e Suitable for high speed machine (BT30-BT40)

o Corner radius for programming : R1.0

QM= L A QMTYI X TYIRTARI —
(MPM, PME) (MQX, QXP) (MXG, GMX)
am Mmill QM Max QM Max GII
W P.6 |
o FrE21—F {11k o L E2O—F 1% o HiE4I—F 1tk
o EIEA T — T LEU DR o ENGH LINTHTHIETS o EAITICHE

A=IN—=IVFhvs

e ap: TmmIUTF

©® BT40~50D =&k &=

e OS5 L3d—FR1.5
e nsert with 2 corners
o Multifunctional cutter which can respond from

roughing to finishing.

e adp=1mm
e Suitable for high speed machine (BT40-BT50)
o Corner radius for programming : R1.5

eap: TmmIUF
® BT40~50DSEEICRiE
e O0J5Ld—7FR1.5

o Double-side insert (4 corners)

@ Specializing in roughing

e ap=1mm

e Suitable for high speed machine (BT40-BT50)
e Corner radius for programming : R1.5

. J \L J J
QMYU—2 am Series (o], P00 b Q[T ETT 09 | 54 Cutting conditions
1) #ZE44 Work material : S50C

= HISRIT Ha3 1T
I-Il?h Application range
[DE=EA

Heat-resistant
alloy

FIVEER
Titanium alloy

AT VUM
Stainless steel

=k
Alloy steel

NYITAI AT —

QM Max GI

o
Z

Carboﬁ steel

FHEK
Cast iron

K

Low

20 30 40

MTREREER Y S

Comparing machining efficiency

2)Z2H U Overhung length: L/D=4
3)ae=Dcx0.6

_ Metal removal rate
E QMT I Z(MQX) $1U < FHEHE Metal removal rate : [l
> YYIAYAT—(MXG) HIU < FHEHE Metal removal rate :
) s, .
= 2000 £ feed: @ | 45 000 &
< 1800 11,000 £
S 1600 10,000 E
= 2 1400 9,000 %
QM= b = 1200 6,000 &
. 13 1000 —{7.000 B
QMIYI2 B 800 6,000
QM Mill = ° ool
+ B 600 —{5.000 &
QM Max % 400 {4,000 ¥
200
50 60 0 10 12 16 20 25 32 40

J— 288 (HRC) Hardness of work materials

) BHI O (CHRIBHDORERDHMIFHEHIDOT [Tooling by DIJETIRHhZEZSRLIIEE L,
Note) Please see the latest general catalog for the details of the products not included in this leaflet.

§44% Tool dia. (mm)
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New generation high feed mill

bE e M =N ol ulbp) || Mz a0 B L= W Finishing application for indexable tool

SR Product name

T EHZ Tool dia.

AR
Holder No.
(ARSI —NES
() shows insert No.

EIAS—AYRIALF
FrREIvII914F
(BERHE)
Modular head / End mill type
(effective No. of flutes)

R7I4F
(BXE)

Face mill type
(effective No. of flutes)

T E45&R Appearance

=5—ik—=lb
Mirror Ball
MBX/BNM
(BNI\/\, BNM-SS, BNN\-TG,)
BNM-TS

$6~¢32
(2N)

IvATPINSITR
Mirror Ball radius type insert

MBX/BNM
(GRMW)

$16~¢30
(2N)

=E5—-35I7R
Mirror Radius

MRX/RNM
(RNM, FRM)

$6~¢32
(2N)

QM=)
QM Mill
MPM
EOHWO0602#*ZTR
YOHW0602##ZER-12

$10~¢32
(2N~8N)

2 ety

A

QMY vI R
QM Max
MQX/QXP
EPHW1003%%ZTR )
YPHW1003%%Z%R-s*

$16~p42
(2N~7N)

¢40~¢66
(6N~8N)

SEERQMY YT X
High precision QM Max
MQT

XPH*1003**ZER-R )
YPHW1003%%Z%R-s%%

$16~¢35
(2N~6N)

AEZBR T4 =220
Indexable Finish-One

MFO
(BAVY—b)

¢10~¢21
(1N)

NYyIRSTb+
Back Draft
MDB/DBD

(BAVT—bH)

$20~¢40
(TN~3N)

¢50~¢80
(4N~6N)

TJa=wvavxzybIlL
Finish Jet Mill
FJM

(BAVY—hN)

$80~¢250
(4N)

Za1—-N\vI&IF—RAHvY
New Back & Forth Cutter
MPF/PFC

(BAVT—bH)

$30~9¢40
(2N~3N)

¢50~¢80
(4N~8N)

) BHYOTCHRBHORBBOFHMIFHEHIDOT [Tooling by DUETIRFHhZEZSRLIIZEL,
Note) Please see the latest general catalog for the details of the products not included in this leaflet.
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HIDIHZRE Type of machining BER#EI44 (P.M.K.H) Work materials
XA VY —NEE DS RRBDOIEEYHIRGRE SRS,
Please see page of cutting condition when selecting insert type.
tEE (HRC) Hardness
Al [EERTE [RE fIZIN ~20 30 40 50 60
Shoulder Slope Bottom Copy

A O A @ d—F+4>7 / CBN(##%-97941))
Coated / CBN (for cast iron)

J—54>7 / CBN(&&k-9791IL)
Coated / CBN (for cast iron)

OO |O|O0O

dA—F47
Coated

@ @ HY—Xwk / J—51>2" / CBN
Cermet / Coated / CBN

@ @ A H—Xwyk / 3—5F4>7" / CBN
Cermet / Coated / CBN

@ H—Xvk / D—F17
Cermet / Coated

@ @ H—Xwvk / J—571>7 / CBN
Cermet / Coated / CBN

@ H—Xvybk / D—F170
Cermet / Coated

@ CBN / d—5«>7
CBN / Coated

) WA O CHRBHOBBOFHMIFHEHIDOT [Tooling by DUETIRHhZEZSRLIIZEL,
Note) Please see the latest general catalog for the details of the products not included in this leaflet.
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EV1S—AYRERLOFSEIE QUETL

AFTI2S—AyFEIDFFEFD;ES Attention to mounting head and MSN/ MGN shank holder.

EIaAS5—AYRFEHIFFIE Tightening procedure

0) &= Cleaning
EI1S—AYR F—IVBEY v I 7 —IN[TRE—#] (B ULIFRAF =LY+ T 7 —/\[TEEIG-Body ) DfffEEsZ L7 —(CT
ER<EEn
;:{emove dirt and chips with air from the connecting thread and face of modular head and MSN/MGN shank holder.

&) {R#@sD Initial Tightening
FHOICT.EI2S -V Etz‘—)bﬁﬁiﬂv)ﬂ?—/\“ﬁﬁlﬁl—@ﬂ (®BLIFRF =L+ T 77—\ [TEEIG-Body]) ifHHE
WNHEBF TRImHLTLIESL
Tighten by hand until the head and the shank holder faces touch.

[©) &Hsb-F T v Final Tightening
MLZAYRO—ILR/SF UL BEAR/F (DSTA F) [CTIRENVIBETH < W EEERS BAMHL T LT

BREADIE VN EZFEER<TEE LY,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(X) (R e ¥ [CIHREICRRN S HIRBTHFHD T E RUEBLVIRE T 3ERENBVET

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

N
A EEEIA BCHAX AN =@ W(mm)
N N Thread Tightening Torque Spanner size

1. ANF ML 380O— VRN BULFERR/NF (DST A ) M6 8.0N'm 8"

ZASERLEEVWCAITNLIBEZSRLIEE W), M8 16N-m 10, 12%

M10 16N'm 14,15
L E

2. /87 13, FD IS EMERS B TARD 12 R SRR 1710
3. EVaAS—AYREF—IVBEY v I 7 —/\N [ THE—H (Eb((; M16 25N-m 22,26

2F =Y+ I 7 —\N[TBEG-Body)) DifEZZEES T 6] &)1 ZNFFBET 2S5 —AYRFHICEHBLTBIE B Ao ﬁu,aa;a(mérgm

=5 - 2. MNLZarhO—)LZNTBEDRRE, EY 15 —AYROZHEHIR (WE) KO
AN SRS L. CHARMST CRE TN (SEI25—AvRTERR—VSH),
(RINFICEOTIREHEEDNBBLBRIBENHIET )
Note) 1. Only use the torque control spanner wrench or 3. SEIBW=85 U< 412 (A EISER) DED 25— AwRlc % E L TH.
DIJET DS type spanner wrench. HER/FDS-85LLIEDS-1 25T HELTHUET.
2. Please gently apply pressure on wrench. Note) 1. Modular heads are supplied without spanner wrench.
3. Please confirm that there is no gap between MSN/MGN 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.
shank holder and modular head. (There are some cases that modifying the thickness of spanner wrench is necessary)
S 3. ¥r mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

A TAB—R(EYa15—A"YRBF—IVBEYv+>I7—NN) EERD;ES Selection of "MSN Carbide shank holder"

NEP16EBDEI 15 —A\YRZEERAT BIBESIE. HESV TmmE LEEOHVIEE—R#ZZEEL T TV
KT DhFHAHIC KL, TBE—FHIFIE T BBEENHVET
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—dD121Tmm TEE
JU7S5V0.5mmB EHE

Clearance necessary
more than 0.5mm

TEE—MOER: ¢D1,
MSN carbide shank
neck diameter

IV SERET DD -5V NI 77 0—-D
ERZHRLET,
Coolant or air blow is recommended to flushing the chips.

EIVAS—A\YRDIE: ¢Dc
Modular head tool diameter |

A BEEHRILI DR {FHIEED;ES  Caution for the mounting to shrink fit holder.

F—IVBEY v 07— N [TEE—R] EEV 25— AYRZERERFLHNILY TERTBEE. EI15—AYRZEERTUC. [TEE—H DH
ZRERLHUTRIMIFTIRZEN . AYROEUFIFF BEERFHEITITO>TIRZEN

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.

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




Ouick & Mini

m Features

OHBDIRTAARZEB UTBIERA A VY —FESAEFRTIVEY A BN THEE - SEEFRIN T ZRIR,
353 @BT30M\EYY =YY I (CE.
Low cutting eAdopted 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
YM N

UNEE B s g BT DB B S RINEG 1 0T 2K, 632 TT DS T,

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

;Egj J— BRIRFIRICEBN A —IViBEY v I 7 —IN[TEE—#] E D FEHhEICEKY.

wl UUOWRL . SEEEINT & VY —bOREREZEIR,
Vibration “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.

free

— SRHED T HEEE HEE
EIEHAZ A>T —b  Insert with low cutting forces MEETE To)) imaltat: AR J =D (o110} | NR e S 511
Multi blades specification even if small inserts achieved
maximum feed speed Vi=10m/min on general steel.

iy

-"\.I'].Il_lvlll \

It EFICETHINTE S EAEELGAEF

Highly accurate G-Body can correspond

o32mm AR G« RATEEIE
; f from high feed to finishing.

Adopted high rigid G-Body.

AP —RI\UI—3/32/ Inserts variation
IRV DR TE 1R TEEY +BEIVIITH olaE!
=EDF High feed insert XD AFISEEA(ERS High feed insert for unfavorable condition

e '@s=

EOMTO0602...ZER (I—+ R1.0, 2.0) EOMWO060210ZER

#MsHEIb A SEEMAI\—R1 Y —b ﬁ“ﬁ - [ KEft LEIFH
Shoulder milling insert for steel High hardened steel ~7—*{/"7 &
. “MIRROR INSERT"” for finishing side & bottom face

ZOMTO0602...ZER-PL(J— R0.2, 0.4, 0.8) EOHW0602...ZTR(2—> R1.0, 2.0) YOHWO0602...ZER-12

A4V — ML AAENEL . — AN S REEM. FIVER - MASEZOHEIME CHLAIEEIFRPVDI—F + >V J 1118
{JC8118) BIUEIHIICREFPVDI—7 >~ 7 #4118 (JC8050) . M RIS ML THEEEMNRHSNBIIICH U, FW—BDE
Em{bZERIRT 3PVDI—T VI8 (JC7560) ZFRMH. SSICHEEM - SENTIEIFFHPVDI—7+ I 14iE(DH102) =
EBNSA YTy, el EmEt EFROSS—+ Y —NYOHWR B S A VFy T U A Y —NNU I -3y,

Adopted PVD coated grade “JC8118” 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. And, available now “MIRROR INSERT” YOHW type
for finishing side & bottom face.
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New generation high feed mill

7))={x3:8 Cutting performance

Cutting force comparison

#HHlI44 Material: S50C €50, 1049
YHIZE# Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, de=9mm, Down Cut I_EE;_ ﬁ

1500

T

=
o
o
o

w1
o
o

LIHIEHT(N)
Cutting resistance

0 KM el C R
QMS )L MPM At il B " QME L EHA,
QM MILL MPM type Competitor A .;.‘J'“ 1 I,};_ : ARUIEBNKUKREN
N ¥ 5 ;More chattering ;
m XG&b5377) 420 430 AL bl bkl L WA
Feed force N /-\/\ i TR
| , ’ [
Y(ES7) JKI L | e poy b
- Main force 660 o=t J ""L/ J K [ .
n 2&E37) 500 730 .
Back force
anh 928 1326 QM= )L MPMAZ QM MILL MPM type A#t Competitor A
Resultant force f=5.2mm/rev f=5.2mm/rev

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

M Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, @e=9mm, Down Cut ( ExUTE FUOYEL )

EXGxbsh) WMYEHH) OzZEDH) O&hH

1500 Feed force Main force Back force Resultant force
(N) QM= )L MPMR Att
QM MILL MPM type Competitor A - M [ o :
1200 i | QMEILELEN,
M M M RIER KREN
M I More chattering o
900 I T
I. ot
, v Lol
600 R L g
.. | | Ny ..|I "
' I. - |1 Wl Ilil-,'.
300 [ [ ' -\'-.ul '._-Ii I;.III o ! I .|II
. !.
0 || || L || L || || || L L] !
1/¥Z8 2/¥Z8 3/82H 4/X2F 5/¥28 1/¥2F 2/82F 3/¥ZF 4/¥Z8 5/¥28
1'stpath 2'ndpath 3'rdpath 4'thpath 5thpath  1'stpath 2'ndpath 3'rdpath 4'thpath 5'thpath
QME)VIE3/NNZALUF S EIHIEFTICE(E L QMS L MPMA: 5/5Z28 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

IV FEE (f=4.0mm/rev) Chipshape

IAVA=! 2/YZH CIAWA=! 4)XZ2H LYAWA=!
1'st path 2'nd path 3'rd path 4'th path 5'th path

1§TCE
LTI
11f%

sz | (¢ JICC F5CC
JHCC FECK

- (€ 11
Competitor A _ - j

QMEVIFHIVL T HEED X L— R T YIHIZADFE DA RU),  Chips by QM mill show smooth cut and less heat generation.
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oV =R DEE 0 3 Modular head MPM type
TYPE

EEHID Ry NN TBHlb ;&HIb BEINT

29— NFYFE Through coolanthole ’ Z ]

A

0

RO.2~R0.8

@S:EDA For high feed milling

)

< &(mm) Dimensions S o —~ _\EB F% Parts
ﬁ? § T:EE _>']§SZ Applicable inserts glgnjp ?Zr%vaJ W&Z@}Ez)
Cat. No. stock | M- @D | Lf |¢Db|MD | C | W @ ©© Q C
o | & |
MPM-2010-M6 [ 2 10 18 95| M6 | 6.5 8
MPM-2011-M6 ([ 2 11 18 9.7| M6 | 6.5 8
MPM-3012-M6 [ 3 12 | 20 (112 M6 | 6.5 8
MPM-3013-M6 ([ 3 13 | 20 115 M6 | 6.5 8
@ wPm-3015-M8 | ® | 3 | 15 | 23 |14 | M8 | 8 | 12
MPM-4016-M8 (] 4 16 23 |15 M8 8 12 | E0%%0602%%7Z%R
MPM-4017-M8 ([ 4 17 | 23 | 15 M8 | 8 12 | ZOMT0602%#*ZER-** |DSW-1840H|  A-06
@ MPM-4018-M8 ®| 4 |18 | 23 |15 | M8 | 8 | 12 | YOHW0602:%*ZER-12
MPM-5020-M10 ([ 5 20 | 30 19 M10 | 9 14
MPM-5021-M10 o 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
) 1. RIS 1AV —NEEHAR THIFE Ao BERBRHL L,
2. EVAS—AYROMEERHFFNLIEP.5ZTBRIZE L,

(M6.M8Y 1 RICIFFAR/INF(DST A7) DIERZHELET )

3. 2019 2ARMED KW LY FBKUT SV FRUBREAHERALER (MOLY) BAEEFICRHBULLEE A (BIFE)

U5V TRURE | #2EMLD (N-m)

Clamp screw Recommended torque

DSW-1840H 0.4
BIEHRHLEE L,
Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque.
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.)
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
SEAR/NF (M6.M8H)
ANTRE "L X wI~ILD —HEiE W =k RS
Cat. No. Thread Tightening torque Spanner size Thickness Total length
DS-8 M6 8.0N-m 8 4 85
DS-12 M8 16N-m 12 4 93

% Ta—MN\YRIVMIRCRIDBE ZBALLELE T,
* DS type spanner wrench prevented over-tightening, due to short handle specification.

[ @ . X—H—7EER Standard stock items O : EBTEER Soon to be stocked O EEHIELIEDREBEE Soon to be deleted } 0
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DY IOILTISAA

New generation high feed mill

End mill type

HPMERZ PME type = PANA%0 el e e

_ |
SE@HID Ry NI BHIb JBHID BAEANT

@=ED A For high feed milling

P e B ————|
R1~R2 42 4s
L
@SHIDA For shoulder milling
2 s il e——— |
R0.2~R0.8 2 Ls
L
BMPME-LSH PME-LS type
O@=EDHA For high feed milling
%LB I | B
R1~R2
42 4s
L
@TEHEIDHA For shoulder milling
%LB B |
R0.2~R0.8
42 4s
L
TJ' 55E(mm) Dimensions ﬁ}fﬁ’fyﬂ—l\ 1|:|I|3 o Parts
. 7=k Applicable inserts |27~/ 7RU| LYF (BI)
W B & TEEE| I N Clamp screw | Wrench((2i2e,,)
No. of
Type Cat. No. Stock 10,4 | Coolant | $Dc 22| 4s | L |oDs fo©\@ Z Q;;E ® /<§
HY
Laos| PME20ISTO | @ | 2 | B 110 20 60 80 10
Y17 | pME3012812 o | 3| Y | 12|20 60| 80 12
R(tegular With
" PME3014812 ®| 3| B |14 20|60 80 12 [EO**0602%#Z4R
L Z0MT06022kZER-*k =% DSW-1840H A-06
\Dy/% PME2011S10-LS | @ | 2 | =~ | 11 | 33 | 87 |120| 10 |YOHW0602::*ZER-12
AP .
547 | PME3013s12-Ls | @ | 3 | BL 113 39| 81 120 12
Long shank iy
toe | PME3014S12-LS | @ | 3 | BL 11442 | 78 120 12

. RIS CA VT —NIHEBAA THIFR Ao BIEBRDLZE LY,

2. 2019 2ABMED KW LY FBKUT SV FRUBE R ERALER (MOLY) BAAFICHBULLEE A (BIFE)

BIEHRHLEE W,
Note) 1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

HIHISEEF Cutting conditions @ ZZSc]

kel

Clamp screw
DSW-1840H

HEENILD (N-m)

Recommended torque

0.4

O

@ . X—H—7EER Standard stock items

O : EETEER Soon to be stocked

O EEDIELIEDREBEE Soon to be deleted
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MPM,/ PME

=iXVUA

High feed insert (EOMT0602*ZER)

SEEMAN—RA Y=k
High hardened steel (EOHW0602:ZTR)

Cutting
condition

PRI

=Xy AN SR bR

High feed insert for unfavorable condition (EOMWO060210ZER)

(JC7560)#%F

18~20~—v

Cutting
condition

EIHISREF

BHIVA
Shoulder milling insert (ZOMT0602:<ZER)

[

(2]

=

Cutting
condition

YIRS

18~20~—-y

IF-.E fEftEFASS—1VY—b

“MIRROR INSERT” for nmshmg side & bottom face

(YOHWDGOZ* *ZER- 12)

Cutting
condition

EIHISREF

(1) A= DL

HOI

22~24~—9

Shoulder milling insert for steel (ZOMT06023:xZER-PL)

.
rOy

©

o 1
o
] T ]!
@ ili=| e (3]
-
T f
mu%# Condion (4)
AT A YRS \ PVDI—51>/% PVD coated ~t 7&(mm) Dimensions
Type Gat. No. Tolerance) 8118 | JC5118 | DH102 | JC7560 |JC8015|JC8050| A | T | B | re | 6
_T‘%‘]%D_FH EOMT060210ZER M o ([ ® (65(25/43/1.0/(13°
High feed insert | EOMTOG0220ZER | M | @ ® |65 2543 20 13°
EIED R bR
High feed insert for EOMWO060210ZER | M ® ® ® (65 /25/43/1.0/[13°
unfavorable condition
SEEMA EOHWO060210ZTR H o o 65 125(43/1.0/|13°
N—RAH—h -
High hardened steel EOHWO060220ZTR | H () ) 65 25/43(2.0/13
Z0MT060202ZER M O O 165 254302 |13°
BHIDH °
Should?rmillinginsert ZOMT060204ZER M O O 1651251430413
ZOMT060208ZER M O O (6512514308 13°
_ - M o 6.62|2.7 14302 |13°
SEREMIO @ZOMTUGOZUZZER PL o
Shoulder milling insert | @)ZOMT060204ZER-PL| M { ® (66227 43 04 13°
for steel
oreee @ZOMTO60208ZER-PL| M | @ e 662 27]43 /08 13°
A - & 5 | @ YOHW060203ZER-12| H ° ° 6.5 |2.6]43]03]13°
=S—AY—k ) °
“MIRROR INSERT” for @YOHWUGUZ%ZER 12| H o o 6.5 (2643/05]|13
finishing side & bottom face | @) YOHW060208ZER-12| H ) () 6.5 264308 |13°

15— 10BAUTY,

10 inserts per case.

[ @ : X—H—7EEMR Standard stock items

O : EBTEER Soon to be stocked

O EEDIELIEDREBEE Soon to be deleted




Ouick & Mini

New generation high feed mill
el /

QMEJVAA V5 —bDOFERIT—2ICDWT Discrimination of grade for MPM / PME insert

ME(OA—FT 1V D)TECA VT —RNDFEDDDY—IHNERLEDFT ., CHERDIRICTHERLZE0,
Each grade shows different mark around the hole for fool proof.

JC8118 JC8050/JC7560
BRl~—o
Discrimination
mark

IO RIAL Y — MAGNETISER

O RS A N—SEiREREAMAICE UiAd  B<IBBDIEIS T, BHRICET / BHEIITAE T,
O RS A N—SEIRERZEHIL T BT E T A VY — NS TR DIEREERN 7 v FUET
KPS LI EERS BHBOMATIIEALEVTZE N,

® \Magnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the
Magnetizer + and rubbing lightly.

® The work efficiency when insert is setting by magnetizing the tip of wrench improves.
% Please do not use it in the vicinity of the equipment to be influenced with magnetism.

ﬁ? § Cat. No. EE Stock
MAGNETISER () 1A BALTT.
piece per case.




MSN

TYPE

TBE— (EY15—~v RAA—IVEBEY v~ 7 7—I\)
T HEE M A Forhigh productivity

// DIJET

MSN Carbide shank holder

AE

'M ’ v PD2: 1—5 N

Fio g eDzH=5Y T Coolinthol dia Fa2 g =2 LN
e — s ©
{ ——7 f————:

YAl i | 2 on°%
L

IR+ IA T Endmill shank type TR
% & I <F_7&(mm) Dinension BR(o)| £
Cat. No. Stock ®Ds 21 L dD1 On° MD oD2 Weight ’
MSN-M6-12-$10C ° 10 12 60 9.7 - 006 | 1
MSN-M6-15-$12C ° 12 15 60 | 115 - 0.08 | 1

@ MSN-M6-15-$16C ° 16 15 60 | 135 - 015 | 1
MSN-M6-30-$10C ° 10 30 80 9.7 - 007 | 1
MSN-M6-30-$12C ° 12 30 80 | 115 - 0.11 1

@ MSN-M6-30-S16C ° 16 30 80 | 135 - 019 | 1
MSN-M6-35T-S12C ° 12 35 92 95 | 1°30’ 012 | 2
MSN-M6-50-$10C ° 10 50 | 100 9.7 - M6 3 0.09 | 1
MSN-M6-50-$12C ° 12 50 | 100 | 115 - 013 | 1

@ MSN-M6-50-S16C ° 16 50 | 100 | 135 - 023 | 1
MSN-M6-57T-S12C ° 12 57 | 114 9.5 1° 014 | 2
MSN-M6-65T-S16C ° 16 65 | 125 | 112 | 1°45 028 | 2
MSN-M6-80-$10C ° 10 80 | 130 9.7 - 012 | 1
MSN-M6-80-$12C ° 12 80 | 130 | 115 - 0.18 | 1

@ MSN-M6-80-S16C ° 16 80 | 130 | 135 - 028 | 1
MSN-M8-20-$16C ° 16 20 75 | 155 — 017 | 1
MSN-M8-40-S16C ° 16 40 95 | 155 - 022 | 1
MSN-M8-40T-S20C ° 20 40 | 100 | 145 | 3°30/ 036 | 2
MSN-M8-77T-S20C ° 20 77 | 143 | 145 | 1°45° | M8 4 049 | 2
MSN-M8-80-$16C ° 16 80 | 135 | 155 - 032 | 1
MSN-M8-120-$16C ° 16 120 | 175 | 155 - 042 | 1
MSN-M8-152-$16C ° 16 152 | 207 | 155 - 0.51 1
MSN-M10-20-$20C ° 20 20 80 | 195 - 029 | 1
MSN-M10-40-$20C ° 20 40 | 100 | 195 - 039 | 1
MSN-M10-40T-S20C | ® 20 40 | 100 | 185 | 0°43' | M10 4 039 | 2
MSN-M10-70-$20C ° 20 70 | 130 | 195 - 050 | 1
MSN-M10-85T-S25C | @ 25 85 | 161 | 185 2° 090 | 2

) VS -AYROBERMLINLIEP.SZITSRITEE N,

Note) Please see page 5 for recommended tightening torque.

[

@ | X—AH—7EEEm Standard stock items

O : EETERESR Soon to be stocked

O FEEDELIEDREFESE Soon to be deleted
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MSN

TYPE

Ouick & Mini

New generation high feed mill

e,

29— RJUFE Through coolanthole T=HEEIMN A Forhigh productivity

MSN Carbide shank holder

AE

¢D2: I =S NE

Fig1 % ¢D2: I—=2/ ~jUE Coolant hole dia. Fig.2 % Coolant hole dia.
| O Ne}
(1 {f————1
YAl i | 2 on’t
L
IR+ TA T Endmill shank type
o - ~  5A(mm) Dimensions 8 (k) -
Cat. No. Stock ®Ds 01 L dD1 On° MD oD2 Weight ’

MSN-M10-90-S20C (] 20 90 150 19.5 — 0.60 1
MSN-M10-90T-S20C o 20 90 150 18.5 0°19’ 0.58 2
MSN-M10-140-S20C { 20 140 200 19.5 — M10 4 0.80 1
MSN-M10-140T-S20C ([ J 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 o 20 210 270 19.5 = 1.07 1
MSN-M12-25-825C o 25 25 90 24 — 0.53 1
MSN-M12-55-825C ( 25 59 120 24 = 0.72 1
MSN-M12-100T-S32C [ 32 100 180 23.5 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 o 25 155 220 24 = 1.34 1
MSN-M12-200-S25C ( 25 200 265 24 — 1.58 1
MSN-M16-25-S32C ([ J 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-S32C [ ] 32 105 170 29 = 1.59 1
MSN-M16-117T-S32C ([ J 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’ M16 8 2.23 2
MSN-M16-155-S32C o 32 155 220 29 = 2.04 1
MSN-M16-177-S32C (] 32 177 257 29 - 2.32 1
MSN-M16-177T-S32C ([ J 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-S32C (] 32 195 260 29 - 2.40 1
MSN-M16-197T-S32C [ 32 197 277 29 0°23’ 3.00 2
MSN-M16-225-S32C o 32 225 290 29 — 2.57 1
MSN-M16-245-S32C (] 32 245 310 29 = 2.74 1
MSN-M16-295-S32C ([ J 32 295 360 29 — 3.17 1

F) EVAS—AYROEERGIFMLIIZP.5ZEISRIEE N,

Note) Please see page 5 for recommended tightening torque.

®

@ | X—H—7EEm Standard stock items
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MSN

TYPE

TBE— (EY15—~v RAA—IVEBEY v~ 7 7—I\)
T HEE M A Forhigh productivity

| ———

// DIJET

MSN Carbide shank holder

®D2: 7 —5>/ KJN#E Coolant hole dia.

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

ABRL—bR7P—I\T4A 7 Straight arbor type

B~

% . ~  7A(mm) Dimensions 8 (k)
Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M6-67S-59.8C ° 08 67 V6 3 0.06
MSN-M6-107S-59.8C ° 107 0.10
MSN-M6-82S-S10C ° 10 82 V6 3 0.08
MSN-M6-122S-S10C ° 122 0.12
MSN-M6-80S-S11.8C ° 118 80 V6 3 0.11
MSN-M6-120S-S11.8C ° 120 0.17
MSN-M6-90S-S12C ° 12 920 V6 3 0.13
MSN-M6-130S-S12C ° 130 0.19
@ MSN-M8-87S-S14C ° 87 0.16
14 M8 4

@ MSN-M8-137S-814C ° 137 0.26
MSN-M8-97S-S15C ° 97 0.21
MSN-M8-147S-S15C [ 15 147 M8 4 0.33
MSN-M8-197S-S15C ° 197 0.44
MSN-M8-107S-S16C ° . 107 Vg A 0.27
MSN-M8-157S-S16C ° 157 0.40
MSN-M10-130S-S18C ° 130 0.42
MSN-M10-190S-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 ° 250 1.02
MSN-M12-185S-S23C ° 03 185 V1o . 0.98
MSN-M12-265S-S23C ° 265 1.42
MSN-M12-185S-S24C ° 0 185 V1o . 1.07
MSN-M12-265S-524C ° 265 1.54
MSN-M12-145S-S25C ° 145 0.91
MSN-M12-215S-S25C ° 25 215 M12 6 1.36
MSN-M12-285S-S25C ° 285 1.80
MSN-M16-160S-S28C ° 160 1.22
MSN-M16-230S-S28C ° 28 230 M16 8 1.77
MSN-M16-310S-S28C ° 310 2.41
MSN-M16-157S-S32C ° 157 1.61
MSN-M16-217S-S32C ° - 217 V6 o 2.22
MSN-M16-287S-S32C ° 287 2.94
MSN-M16-357S-S32C ° 357 3.66

F) EVAS—ANYROEERFHGFMLIIFP.5ZEISRIEE N,

Note) Please see page 5 for recommended tightening torque.

[

@ | X—AH—7EEEm Standard stock items
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TYPE

Ouick & Mini

New generation high feed mill

Y

@

el =Tl WACSS RS ENN NP ESD VDRV II0N  MGN G-Body steel shank holder

=352 RJUFE Through coolanthole

A& €=

O=fAlEN OMAKICENSG-Body @Y3a—h9A7F
ORHUREHEVII TR IOV S liEd I H (S K DTEXRICIE.

AR T =TIV RAICHEBNIZBEEG-Body (RF =LY+ T) ZHRVILULET,
eAdopted ultra-rigid and improved body durability "G-Body". eShort type
eCost-effective and high strength steel shank holder.

% oD2: U —5> hjUZ Coolant hole dia.

s ﬂﬁ
S | 3
41 |
L
IRV + T4 T Endmill shank type
g 7&(mm) Dimensi
ﬁ; E EE __r /f( ) Imensions Eﬁ(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-S25 o 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

&) QUIILBRUQMT YT A ERBEIG-Body#H EH BIFDOUIHEISAE. P.17~30. P.40~92DIREEVHIRMRZZDFFEALIZE L,
Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 17—30, page 40—-92).

MHERIE BN RS+ REOGNLEIC KXY . REES65HRCL EESEEN DAERICEBRIMET. 254
AUB IO T EEGERERIMALRLE30% U L7 v, BRI TREICEORNZRIBELE T,

ESIC HIVLKTDBE, BOREEINFTIHNROHIFT,

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.

L )
AE—
BEY v I—F87 — /N [BT/HSKY v 094 7 IFTBES5HhS

Adopted GN surfacePlease scan the below QR code for the other arbor
(MSA type intergrated carbide shank)

(1500

@ . X—H—7EER Standard stock items O : EBTEESR Soon to be stocked O EEDIELIEDREFEE Soon to be deleted




e (M Cutting data for "QM MILL"

// DIJET

1. VUyRIEHSODTAIL GEHIII) Replacement from solid carbide tool to MPM in roughing.

ZHURE Overhung length : 70mm

52 Result

VUyRTENSDYIBRICKDTEIX MR,
MITiREN MR L A0 T5Fdn(E. 90 (min) .
EITHR200 (M) ZEL.

MPM reduced the tool cost & the vibration when
machining. Achieved 1.5 hours in machining time and
200m in cutting length.

B #  Partname | E—JUR Mold
#®
o < ,
To| # H # Material NAK80 P21
#=
A3
fiE <& Hardness 40HRC
2 MPM-3012-M6
4 Tool No.
% - i e sl MSN-M6-50-512C
(o]
é = AVP—MEE  Insert No. EOMTO060210ZER
7 f&8 Grade JC8118
g z’l:] § g n, (Vo) n=3,000min", Vc=110m/min
2UEE v V=4,500mm/min, f=1.5mm/rev
2
3‘2 dp(mm) 0.3mm
%o P .
3
#E|  aemm 6mm
=
3
J—3 YK Coolant I7—2J'0— Airblow
5 B #& # Machine IFEMC  Vertical MC

2. SKD6 1D ITFEER L (£ E(FI0T) Improved machining accuracy in finishing on 1.2344.

ZHUKS Overhung length : 50mm

SR Result

TERMERA >~ T —hDAYIICR U I TEEEEE
@_EU. & TEDOHHIEFREEE.

Improved seat surface accuracy and shorten grinding
time in next process compared with conventional cutter
of M class inserts.

E fn  Partname | E—JUR Mold
i
o < .
To| # Hl # Material SKD61 1.2344
#=
]
fiE <& Hardness 50~52HRC
. MPM-2010-M6
E o & TedNo | yonme-30-sT0C
(o]
&7 | {UY—ME InsertNo. | YOHWO60208ZER-12
bl &8 Grade DH102
EJ E’I:'J‘ g g n, (\e) Nn=2,550min", Vc=80m/min
g UU’E g Vi, (f) V{=1,000mm/min, f=0.4mm/rev
2
o
x=3= | dp(mm) 0.05mm
§
(i3 g de(mm) 5mm
3
7 —35 YK Coolant JHMEIELE  Oil coolant
£ F3 %% %  Machine ITFEMC  Vertical MC




Ouick & Mini

New generation high feed mill

e,

winls VNS0 mEl 2 2y ¢zt Definition of corner shape for programming

(mm)
e BLAGE FOoJ54 3—FR BLIAHE HWELE
Over Cut Corner radius for programming Over Cut Remains
R1.0 (E 7 standard) 0 0.17
OS54 T—FR %/ R1.5 0.09 0.08
Corner radius for programming o R2.0 0.30 0
I\
B #) P05 L0—FRER2CEHET BHE .
HlUFELE - =1 O—3R24 Y —k (EOMT060220ZERE UL [FEOHWO060220ZTR) %
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).
- J ===
EO*xfz AKR|A Y —MCHBFDHT7O0T 7 IVIITIROESHRIA
Attention for profile milling with EQ:<*-type inserts
SVEVI NI rRamping AUBJIVIIT Helical interpolation ©— )L/ \ADEHTTE
®Dh Calculation of tool pass dia.
S S ¢dc = ¢Dh—pDc
B YL RE g TeE
Tool pass dia. Bore dia. Tool dia.
Q4 p\ : O—FDDYBABRE NBAYIAH
M [ \ FEApEMATVKSICLTLZE W,
& S - \ - / Depth of cut per one circuit should not exceed
mf | 12 , max. depth of cut @p.
= ol H - i N N
©) ?;DN fj[ @V—)LI\ZADEEAAFSY Iy
z \\ [C152 &SREFEEDICLTLIZE L,
! f 1\ | Down cutting is recommended, so tool pass
odc rotation should be counterclockwise.

OS5V T AUAIVIITHFE) REZELEYJHIRERD70%LLT  oln case of ramping and helical interpolation, apply 70% or less

THIIUTLEE L, feed speed from standard cutting condition table.
ORUU VI NITHZE. #AEIEVIRE ZZEHISRMERDE50%UTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIULTLEEW, standard cutting condition table.
ORUUVIIMIEIICIE. EREURWIVK FHRUEIBIESHHYUE  @Long consecutive chips may come out in case of drilling, confirm
TDT. REICIFTFEELTLEE L, the safe condition sufficiently.
- . SVEVIII ANUAJLINGIF T
] e~ IEE_[E’%’EJ?%I E;—:%éﬂaﬁg} ——— Z:sgjg\?\am* = Helical interpolation
G [Tl e Cong | Wacoh | S0l Tt | (an | SN
(mm) (mm) Ma:ﬁéiamgjng 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-3015-M8 15 11.5 0.4 1°12' 19.1 25 28
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0° 54' 255 29 32
MPM-4018-M8 18 14.5 0.4 0° 51" 27.0 31 34
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
PME2011810-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

&) ERIBES’(F 0.5 U MITEALLEES W (LER#EBEZBARVKIITERESIZEW) o
m Note) The ramping angle 0.5° or less is recommended (please refer to the above table).



=IZD EOMT/WHZ FFE3EHRA 9 —b {FHECHISEE

Recommended cutting conditions for "EOMT/W-type inserts"
QM=JL. MPM#A + mBE—®& (T 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

// DIJET

(1]

TE&Z(mm) Tool dia.

A
5 A4 H—K 10/11 12/13/15 16/17/18
Work materials | #4%& H#4 No.ofteeth 2N F#5 No.ofteeth 3N X% No.ofteeth 4N
Grades 4 ap Qe n Vi 2 ap Qe n Vi 4 ap Qe n f
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
e 50 | 03 | ~6 (3,820 4580| 60 | 03 | ~8 |3,180|5720| 70 | 04 | ~12 2,390 | 8,600
(_%500, 555C)__ | JC7560
i e EJCSOSOg 75 | 025 | ~6 3,440 3720 80 | 025 | ~8 2,860 4,630 120 | 03 | ~12 2,150 | 6,970
JC8118
5050, 098) 100 | 02 | ~5 | 3,060 2940| 110 | 02 | ~7 |2,540|3,660| 160 | 0.25 | ~12 | 1,910 | 5500
TEHg ~ ~ -~
(kb a1, | so7560 50 | 0.3 6 35004200 60 | 0.3 8 (2920 5260 70 | 0.4 12 12,190 | 7,880
g lEbl UosteD)| 75 | 02 | ~6 |3150|3400) 0 | 02 | ~B |2630|4260| 120 | 03 | ~12] 1,70 6380
JC8118
G L) 100 | 0.15 | ~5 |2,800|2,690 | 110 | 0.15 | ~7 |2,340|3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
TU)\— R ~ ~ -~
G e o | oot 50 | 0.3 6 35004200 60 | 0.3 8 12,920 5260| 70 | 0.4 12 12,190 | 7,880
e 30-86HRAC EJC7560; 75 | 025 | ~6 3,150 3,400| 80 | 025 | ~8 2,630 4,260 120 | 03 | ~12 1,970 | 6,380
JC8050
(12311, £20) 100 | 0.2 | ~5 2,800 |2690| 110 | 0.2 | ~7 12,340 3370| 160 | 0.25 | ~12 | 1,750 | 4,900
TUN\—R 2§ ~ ~ o
g 50 | 0.3 6 |2,860(3150| 60 | 0.3 8 12,390/3940| 70 | 03 12 11,790 | 5,010
onoe C | Jceosy| 75 | 025 | ~6 | 2570 2540| 80 | 0.25 | ~B | 2150 3190 120 | 0.25 | ~12 | 1610 4,060
Tl 100 | 02 | ~5 |2,200|2010| 110 | 02 | ~7 1910|2520 160 | 02 | ~12 | 1430/ 3,200
BT ~ ~ -~
OB 50 | 025 | ~6 2,230 2,230 60 | 0.25 | ~8 1,860 2790| 70 | 0.3 12 11,390 | 3,340
H(a;aene;,diestesl (caosy| 75 | 015 | ~6 |2010 1.810| 80 | 0.15 | ~8 1,670 2250| 120 02 | ~12 1250 | 2,700
0 I e e 0 e B
5 AT ~ ~ ~
sl 50 | 0.1 6| 950| 470| 60 | 0.1 8 | 800| 600 70 | 015 | ~12| 00| 600
Hardened die stegl EOMWsZ i B B B - 80 B B B B 120 | 01 ~12 | 540| 490
B N T s K e B 3 IS R IR
T e 50 | 0.3 | ~6 |4,780|5740| 60 | 03 | ~8 3,980 |7,160| 70 | 0.4 | ~12 2,980 10,730
FEc300HBIA T | JCB118 ~ ~ ~
B | (Cosey| 75 | 025 | ~6 4300 4640| 80 025 | ~8 3580 5800| 120 | 035 | ~12 | 2,680 | 8,680
Belos: SOOHE 100 | 02 | ~6 |3,820|3,670| 110 | 02 | ~8 |3,180 /4,580 | 160 | 0.3 | ~12 | 2,380 6,850
AT 50 | 03 | ~6 |3,820(4580| 60 | 0.3 | ~8 |3,180|5720| 70 | 04 | ~12 2,390 | 8,600
SUS304
B 250HBLLT ooty 75| 02 | ~6 3440 3720 80 |02 | ~8 2860 4630| 120 | 03 | ~12/2150 | 6,880
ainless stee
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 | 03 | ~6 1,910 1,910 60 | 0.3 | ~8 |1,590|2,380| 70 | 0.3 | ~12 | 1,190 | 2,380
FEUEE JC7560
(T-6A-4V)  |(Uc8t18)| 75 | 02 | ~6 |[1,720|1,550| 80 | 02 | ~8 | 1430|1930 | 120 | 0.25 | ~12 1,070 | 1,930
Titani I JGC8050
fanumalloy | WE80S0) 000 15 | ~5 | 1,630 1,220 | 110 | 015 | ~7 | 1270|1520 | 160 | 02 | ~12 950 | 1.520
oo | oaig | 50|03 | ~6 | 950] 760| 60|03 | ~B 800 960 70 | 03 | ~12| 600| 960
(INCO718) §JC756°§ 75 |02 | ~6 | 80| 760| 80 | 0.2 | ~8 | 720 780| 120 | 025 | ~12 | 540| 780
| | JGC8050
eone 100 | 015 | ~5 | 760| 610| 110 | 015 | ~7 | 640 610 160 | 0.2 | ~12| 480| 610
0 IVRINEBHLES, ap: SARDYNAHKRE, Qe: ¥ RABDYTNAHES, N : TEMEERE, Vi: FE)EE

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

W{ERA LDFEEIR

1) LECDVIRISRHE EMBIES KUD—TEIECINC TRBLET L,
2) UUWHREUZEE AR TS Z LEEHELNBEUTLREV. 2V R OEmEEZ TFTEALIEE L.

FeRZU T HEU DRV EEFEZ BN TS,
3) EHEBARRDEEE FITVAHFREZZLLTLREVRICNB LU VIZTIFTERLIZE L,

4) I7—=70O— LKW TREUEZITOTRE LV HIT IIFEMCTODF vET A IITTIEEIU K TREBITERL S L,

5) QMY+ I5 A FT 54 APME/PME-LSTEZER DS REUR T 0%Z LEEAIOT R4 D60%IZEICES UERLEE 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 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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "EOMT/W-type inserts"
QM=ZJL. MPM#A + mEE—®(EY 15— ~NYREBF—IVEBIE+>27—J ) MPM and MSN type

e, TEZ(mm) Tool dia.
# Bl 74 HY—k 20/ 21 25
Work materials | #47& H# No. of teeth 5N X# No. of teeth BN
Grades £ ap Qe n Vi 2 ap ae n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(is%c, B | o 70 0.4 14 | 1910 | 8600 90 0.4 18 | 1530 | 8260
e 250HBLT cos)| 120 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 1380 | 6710
JC8118
5050, 058) 190 | 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
TEH ~ -
kst oot | so7se0 70 0.4 14 | 1,750 | 7,880 90 0.4 18 | 1400 | 7560
e D EJCSO50; 120 0.3 ~14 1,580 6,400 | 140 0.3 ~18 | 1,260 6,120
JC8118
U Syt 190 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4,840
TUN—R V3 ~ —
oo | s |10 0.4 14 | 1,750 | 7,880 90 0.4 18 | 1400 | 7.560
e 30-36HRC EJC?SSO; 120 03 ~14 1,580 6,400 | 140 03 ~18 1.260 6,120
JC8050
(1.2311, £20) 190 | 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1120 | 4840
TUN—R 3 = =
Tl B 70 0.3 14 | 1430 | 5000 90 03 18 | 1150 | 4,830
e [t | 120 0.25 ~14 | 1290 | 4060 | 140 025 | ~18 | 1040 | 3,930
2laey 190 02 ~14 | 1140 | 319 | 210 0.2 ~18 920 | 3,090
5 AT ~ —

(%PSJ’EDQSH%H@ o 70 0.3 14 1,110 3,330 90 0.3 18 890 3,200
%1“352359?3393?' e 120 0.2 ~14 | 1000 | 2700 | 140 0.2 ~18 800 | 2,590
“42-52HRC 190 - - - - 210 - - - -

15 ATV - —

P T B e
'*(?’3523"1‘“2933}8)8' e 120 0.1 ~14 430 480 | 140 0.1 ~18 340 460
"55-62HRC 190 - - = = 210 - = = =
BTy So5 L 70 0.4 ~14 | 2390 | 10,750 90 0.4 ~18 | 1910 | 10310

fE300HBLLT | JCB118 ~ ~
R S0OHBELT | oot 120 0.35 14 | 2150 | 8710 | 140 0.35 18 | 1,720 | 8360
5.6, 66E) 190 | 03 ~14 | 1910 | 6880 | 210 03 ~18 | 1530 | 6610
e 70 0.4 ~14 | 1910 | 8,600 90 0.4 ~18 | 1530 | 8260
SUS304
B 250HBLLT Doyl 120 | 03 ~14 | 1,720 | 6970 | 140 03 ~18 | 1380 | 6,710
alniess stee
Below 250HB 190 0.25 ~14 1,530 5,510 210 0.25 ~18 1,220 5,270
s5vae | oo |0 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
a
(Ti-eaav) | (cstie)| 120 0.25 ~14 860 | 1,940 | 140 025 | ~18 680 | 1,840
Titani Il JC8050
tanmaloy | (UCBOSOI| 001 0.2 ~14 760 | 1520 | 210 | 02 ~18 610 | 1,460
70 0.3 ~14 480 960 90 0.3 ~18 380 910
M#AS | JO8118
(INCo718) | (JC7560)| 120 0.25 ~14 430 860 | 140 025 | ~18 340 730
Inconel (JC8050)
190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

2 IVRINEBHLESR, ap: #AROYNHAHKRE, Qe: ¥ RABDYTNAKREE, N : TEMEERE, Vi E)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEFEER
1) LECOVIRISRA I EMAIES KO0 —IBIEICINC THELET W,

2) UUWHREUBEF AR TS Z LEEMIELNBEUTLREEV. 2V OEmEEZ T FTEALIEE L.

UL HZY DXV BIFERENTLIEE L,
3) BMENNAREDZEF FTUPAHFRSIZ R UL T VORICNBE KU VIZ T IFTRERALEE L,

4) I7—=70— (LKW TREMUEZITOTRE LV HHT IIFEMCTODFvET AT TV TREBITERL S L,

5) QMW VvV I5 AT T 54 APME/PME-LSTEZERDRERIS . REUR T 0%Z LEEAY OT R4 D60%IZEICE UERLEE 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 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 5)In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "EOMT/W-type inserts"
QM=JL. MPM#A + mBE—®& (T 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

A TBEZ(mm) Tool dia.
5 Bl 44 H—h 30 32
Work materials | #47& % No. ofteeth 7N H# No. of teeth 8N
Grades £ ap ae n Vi 2 ap Qe n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ N
FE 0| sors00 100 0.4 22 1,270 8,000 100 0.4 24 1,190 8,570
i e EJCSOSOg 150 0.3 ~22 1,140 6,460 | 150 0.3 ~24 | 1,070 6,930
JC8118
5050, 098) 210 | 025 | ~22 | 1020 | 5140 | 210 025 | ~o24 950 | 5470
TE ~ -
(S5 aRb11) | 17560 100 04 22 1,170 7,370 100 0.4 24 1,090 7,850
g lEbl EJCBOSO; 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350
JC8118

G L) 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5,010
TUN—R ~ —

({17 PX5.P20) | Joatis | 00 0.4 22 | 1,170 7370 | 100 0.4 24 | 1,090 7,850

e 30-86HRAC 2JC7560§ 150 0.3 ~22 | 1050 | 5950 | 150 0.3 ~24 980 | 6,350

JC8050
(12311, £20) 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010

TUN—RHE ~ .

T e B A B S
onieo C | (ca0se)| 150 0.25 ~22 860 3,790 150 0.25 ~24 810 4,080
2oiael 210 02 ~22 760 | 2980 | 210 0.2 ~24 720 | 3220
AN ~ -

(%5992'2[)5“2‘39%'*6‘) o 100 03 22 740 3,110 100 03 24 700 3,360

Hardened die stegl (JC8050) 150 02 ~22 670 2,530 150 0.2 ~24 600 2,590
(1.2344,1.2379) 210 015 | ~22 50 | 1980 | 210 015 | ~24 500 | 1,920
BEANSE ~ _

‘%g%ggsgg Bol 100 0.15 22 320 560 100 015 o4 300 600
'13@523"{“5;}3?' G| T 0.1 ~22 290 460 150 0.1 ~24 270 490
"55-62HRC 210 - - = = 210 - = = =
naﬁa’(-FséaF%g)wm 100 0.4 ~22 1,590 | 10,000 100 04 ~24 1,490 | 10,730

e 300HBLLT | JC8118 _ _

GreﬁNodularcastiron (JC7560) 150 0.35 22 1,430 8,110 150 0.35 24 1,340 8,680
5.6, 666) 210 03 ~22 | 1270 | 6400 | 210 0.3 ~24 | 1190 | 6850
27U 100 0.4 ~22 1,270 8,000 100 04 ~24 1,190 8,570

(SUS304)\ JC8050 "

B250HBLLT | (i7sen | 150 0.3 22 1,140 6,460 150 03 ~24 1,070 6,930
Stainless steel
Below 250HB 210 0.25 ~22 1,020 5140 | 210 0.25 ~24 950 5,470

100 03 ~22 640 2,240 100 03 ~24 600 2,400

FYVEE JC7560
(Ti-6AI-4v)  |(Jcs118)| 150 0.25 ~22 580 1,830 150 0.25 ~24 540 1,940

Titani Il JC8050
tenmator ) 210 0.2 ~22 510 1,430 210 0.2 ~24 480 1,540
100 03 ~22 320 900 100 03 ~24 300 960

M#as | Jos11s
(INCO718)  |(JC7560)| 150 0.25 ~22 290 730 150 0.25 ~24 270 780

Inconel (JC8050)
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

0 IVRINEBHLES, ap: SARDYNAHKRE, Qe: ¥ RABDYTNAHES, N : TEMEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEFEEIR
1) EECOUIHISRMIS . MBS KOO — T GO THRELEE L,
2) WD RELUIBEE VAR RES £ LEEHMIEIVBRUL TSV, 2V IOEEEZ FIFTERIZEE L,
U AEIDRVERFEZ GV TLIZE W,
3) BREINAREDBEE. FTUAHFREZEZLLTKEEVORICNB LU VIZ T IFTERLEE L,
4) I7—=JO—IC&KIYPULKTRENBZEITOTLIEE W, BT ITEMCTOFvEFT A NI TIIIW S TRBITEFRLEE W,
5) QWY+ TIA T TS5 4 APME/PME-LSFEZERDEIE. REHUR S Z EEEHI DT RED60%IEEICEIUERLKIEE WL,
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.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "EOHW-type inserts"”
QM=JL, MPM# + BEE—&(EY 15— \vRAF—ILiBE+>2o77—I)\) MPM and MSN type

e, TEZ(mm) Tool dia.
walkt | H—k 10/11 12/13/15 16/17/18
Work materials MiE K%L No. of teeth 2N X8 No. of teeth 3N H# No. of teeth 4N
Grades g ap e n Vi 4 ap Qe n Vi e ap e n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
AN ~ ~ ~
(%SPSJ'E%SH%H@) 40 | 0.20 6 | 2,860 2,860 50 | 0.20 7 12,390 13,590 65 | 0.25 12 11,790 | 4,300
F{ar;eneadiestesl Jost18 | 60 | 0.15 | ~6 2,570 |2,060{ 70 | 0.15 | ~7 |2,150|2580| 95 | 0.20 | ~12 | 1,610 | 3,090
1 eiaar) 80 | 010 | ~6 |22901370| 95 | 010 | ~7 [1,910|1720| 125 | 0.10 | ~12 | 1,430 | 2,060
BEAH ~ ~ ~
(%églé‘&;s'gg]_?gg) 40 | 0.15 6 |2550|1,530| 50 | 0.15 7 12120 1,900( 65 | 0.15 12 11,590 | 1,900
H(argeneddieste)el DH102 | 60 | 0.10 | ~6 |2,300 | 1,240| 70 | 0.10 | ~7 1,910 15550 | 95 | 0.10 | ~12 | 1,430 | 1,520
e eotine 0 | - | - | -] -|e | - -1-1-]w-]-]-]-
qAY TE&Z(mm) Tool dia.
wEls | U—h 20/21 25
Work materials | #47& H#4 No. of teeth 5N F# No. of teeth BN
Grades 4 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) | (min') |(mm/min)] (mm) (mm) (mm) | (min?) [(mm/min)
BEATER ~ ~
(%93}2”5‘2"“%“@) 80 | 0.25 14 11,430 14,290 | 100 | 0.25 18 [ 1,150 | 4,140
fecic SEHRC | ucst18 | 120 | 0.2 | ~14|1,290|3,100| 150 | 0.2 | ~18 | 1,040 3,000
(1.2344,1.2879) 160 | 010 | ~14 | 1,140 2,050 | 200 | 0.10 | ~18 | 920 1,990
BEAN = ~
%93%’53%2',3%) 80 | 0.15 14 11,270 1 1,900 | 100 | 0.15 18 [ 1,020 | 1,840
'1?@523"1“‘;35}8?' DH102 | 120 | 0.1 ~14 {1,140 | 1,540 150 | 0.1 ~18 | 920 1,490
"55-62HRC 160 | - - - - | 200 | - - _ _
©AY TE&Z(mm) Tool dia.
1B Hll 44 H—k 30 32
Work materials | #4%& F#L No.ofteeth 7N FEL No.ofteeth 8N
Grades 4 ap e n Vi 2 ap Qe n Vi
(mm) (mm) (mm) | (min) |(mm/min)] (mm) (mm) (mm) | (min?) [(mm/min)
I3 ﬂ ~ ~~
(%EP@J’QD?;H%H@) 120 | 0.25 22| 950 |3,990( 120 | 0.25 24 | 900 | 4,320
fecdcoctiiG 108118 | 180 | 0.20 | ~22 | 860 |2,890| 180 | 0.20 | ~24 | 810 |3,110
(1.2344,1.2379) 240 | 0.10 | ~22 | 760 1,920 | 240 | 0.10 | ~24 | 720 | 2,070
BEANEH ~ ~
(%Pgégségﬁgg) 120 | 0.15 22 | 850 | 1,780 120 | 0.15 24 | 800 | 1,920
H(ﬁ"(ggﬁidf“f;}g?' DH102 | 180 | 0.10 | ~22 | 760 |1,430| 180 | 0.10 | ~24 | 720 | 1,560
55-62HRC 240 | - | - | - | - |40 - | - | - | -
2 IVRINRHELRS, ap: IARDOYHAHRE, Ge: FEAMDYLAZRE, n: TEEERE, Vi X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WEALDOEREIR
1) EECOUIHISRMEE . ERBIES KD —IRIMEICRU TRELIZE L,
2) UUWHDRELCBERF IAFHREZ LRRHBEL)BERLLTLREV, HBVEEVREZ T FTERLEE L,
3) BWEINARDGSF. FTUHAFRI ZZLUTL TV RICNS LU VIETIFTERLIEE L,
4) I7—7O— LKW STIRELBZITOTL TV, BT IEMCTOF v ET A NI TIEPIWK TUIBISERLEE LY,
5) QM )V T4 FT54 APME/PME-LSFEZFERDIRE. BEUR S0 FEE A9 0T R ED60%TZEICIES UERLKIEET 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.

5)In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "ZOMT:x-PL-type inserts"
QM=ZJL. MPM#A + mBE—® (T 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

XIS | > TE#Z(mm) Tool dia.
27 141 ;_‘JI\ Yk 10/11 12/13/15 16/17/18
Work materials Applicable Mg X% No. ofteeth 2N X# No. of teeth 3N X# No.ofteeth 4N
inserts | Grades (m€n) (o) |G| (i) (mn\l//r;in) (m€n) (o) |G| (i) (mrr\1//r];1in) (m€n) e e (mnmin)
PR 50 | ~4.0 | ~6.0 5,090| 810 60 | ~4.0 | ~8.04,240|1,020| 70 |~5.0|~10.0/3,180|1,020
(_gsoc,sss(\:)
EE‘(;;ESPS?%{T P |(Janry)| 75 | ~1:2 | ~1.8|4,580| 640 | 80 ~1.7 | ~2.6/3820 800| 120 |~2.0| ~3.0/2,860| 800
€50, C55
Below 250HB 100 | ~0.5|~0.8 |4,070| 490 | 110 | ~0.6|~1.2 3,400, 610| 160 | ~0.7 | ~1.3/2,550| 610
TEH 50 | ~4.0 | ~6.0 |4,770| 570 60 | ~4.0|~8.03,980| 720 70 |~5.0|~10.0/2,980| 720
RO 168050
(:-Dzi&sﬁeel ) PLFZ (JC8118) 75 | ~1.2]~1.814,300| 430 80 | ~1.7|~26|3,580| 540( 120 | ~2.0| ~3.0{2,690| 540
.2344,1.2379
Below 255HB 100 | ~0.5|~0.8 3,820| 310 | 110 | ~0.6|~1.2 3,180 380| 160 | ~0.7 | ~1.3/2,390| 380
TUN—R8H 50 | ~4.0 | ~6.0 |4,770| 480 60 | ~4.0|~8.03,980| 600| 70 |~5.0|~10.0/2,980| 600
A T P
(LMoId-steeI) PLFZ (JC8050) 75 | ~1.2]~1.8[4,300| 340 80 | ~1.7|~2.6 3,580 430| 120 | ~2.0| ~3.0/2,690| 430
1.2311, P20
30-36HRC 100 | ~0.5|~0.8 3,820| 230 | 110 | ~0.6|~1.2 3,180 290| 160 | ~0.7 | ~1.3/2,390| 290
TUIN—R 50 | ~3.0| ~4.0 3,820 | 380 60 | ~3.0| ~4.5/3,180| 480 70 |~4.0| ~6.0/2,390| 480
%‘é‘ﬁfgﬂ’g"ﬁg@ Jc8118
(:“’é%'fftﬁg'ﬂ PLFZ (JC8050) 75 | ~1.2]~1.6|3,440| 280 80 |~1.3|~1.8/2,860| 340| 120 | ~1.7| ~2.2/2,150| 340
38-43HRC 100 | ~0.5|~0.8 |3,060| 180 | 110 | ~0.6 | ~1.02,550| 230| 160 | ~0.6| ~1.1{1,910, 230
J5E AU 50 | ~2.5|~3.03,180| 320 60 | ~25|~35/2,650| 400| 70 |~3.5| ~5.5/1,990| 400
P
I-%ar‘aeneddieste)el PLAZ |Jc8118| 75 | ~1.0|~1.42,860| 230 80 |~1.0~15/2390| 290| 120 | ~1.4| ~2.0/1,790| 290
1.2344,1.2379
42-52HRC 100 | ~0.5|~0.6 |2,550| 150 | 110 | ~0.5|~0.8 2,120 190| 160 | ~0.5| ~1.0{1,590| 190
13‘9’“3}(-%"9%4)”/%&% 50 | ~4.0 | ~6.0 |4,770| 760 60 | ~4.0 | ~8.03,980| 960 70 |~5.0|~10.0/2,980| 950
FC, FCD
fE300HBAT 9 ~ ~ ~ ~ ~ ~
GreyLé%Gl\lgdLgaéga)stiron PLAZ |JC8118| 75 12| ~1.814,300| 600 80 1.7 |~26|3580| 750 120 2.0 3.012,690| 750
Below 300HB 100 | ~0.5|~0.8 |3,820| 460 | 110 | ~0.6 | ~1.2 3,180 570| 160 | ~0.7 | ~1.3/2,390| 570
Xgélﬁ%m 50 | ~4.0| ~6.0 4,770| 570 60 | ~4.0|~8.03,980| 720 70 |~5.0|~10.0/2,980| 720
fEE250HBLS | PLAZ [JC8050| 75 | ~1.2|~1.8|4,300| 430 80 | ~1.7|~2.6 3,580 540| 120 | ~2.0| ~3.0/2,690| 540
Stainless steel
Below 250HB 100 | ~05 | ~0.8|3,820| 310 | 110 | ~0.6 | ~1.2|3,180| 380| 160 |~0.7 | ~1.3/2,390 380
2 RELREZ, ap: MARDYNAALRE, Ge: FRFAMOYNAHFES, n: TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WERLEDFEEIA
1) EECOUIEISEEE  BARAIES KD — ISR U THRELIEE W,
2) UUWUDREUEE(F ThAFES Z EEEBIESD BiRLUTLREEWV. HDWVIEEVEREE TIFTERLIEE L,
3) BT EDZESE. FFTTHAFFSZHRL UL TL RSV RICNS KV VIE T IFTERLIEE L,
4) I7 =27 0—CKWPIWLK FTHRENIBZITO>TREE L I IIFEMCTOF v ET AT TIIIW L TR (SERLEE L,
5) QWS )L+ T9 A FT54 APME/PME-LSH.ZERDEIF. REUR S 0% L58H 9O TR EDE0%IEEITEL ULFERLEE L,
6) flEt EIFH UL IFEEML_EIFIIIICTZOMT %-PLAEZRN 3R V8 — b Z2ER DS S(F. WEBA Y OJ DYIHIRERE
SREIZEV (FEQRI—R&KY),
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 E E
Spindle speed and Feed speed. -
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of -
the above data. E -

6) When using ZOMT 3 -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "ZOMT<-PL-type inserts"
QM=Jb. MPM#A + mBE—®(EY 15— NYREBF—IVEBIE+>277—] ) MPM and MSN type

ML | > TEZ(mm) Tool dia.
waw | o= 20/ 21 =
Work materials Applicable g H#4 No. of teeth 5N FEL No. of teeth BN
inserts | Grades (m€n) B | GemEe | ) | (mmming (m€n) R | Toms | iy | (mmmin)

70 ~50 | ~16.0 | 2550 1,020 90 ~5.0 | ~20.0 | 2,040 980

b
(_sgoc,sssg)
RO2OMBAT | P |Jcayy| 120 | ~40 | ~80 | 2290 | 800 | 140 | ~40 | ~100 | 1830 | 770

(C50, C55)

Below 250HB 190 ~3.0 ~4.0 2,040 610 210 ~3.0 ~8.0 1,630 590
(SKDIB1E=S§ED11) 70 ~50 | ~16.0 | 2,390 720 90 ~5.0 | ~200 | 1,910 690
BeE255HBLIT | oy 5, | 08050 N _ _ N
(1‘-%85%' | PLRZ |(Jcs118) 120 4.0 8.0 | 2,150 540 140 4.0 10.0 | 1,720 520

.2344,1.2379

Below 255HB 190 ~3.0 ~4.0 1,910 380 210 ~3.0 ~8.0 1,530 370
(ﬁéﬁn};&gﬁ@) 70 ~50 | ~16.0 | 2,390 600 90 ~5.0 | ~200 | 1,910 570
& 30-36HRC . | Jcsi1s N N N N

(LMoIdsteeI) PLRZ | (1c8050) 120 4.0 8.0 | 2,150 430 140 4.0 10.0 | 1,720 410

1.2311, P20

30-36HRC 190 ~3.0 ~4.0 | 1,910 290 210 ~3.0 ~8.0 | 1,530 280
TUN—R 70 ~40 | ~16.0 | 1,910 480 90 ~40 | ~200 | 1,530 460

(NAK80, HPM1, P21)

1@e38-43HRC _ | Jcs118 _ _ _ _
W | P |(caosn)| 120 3.0 80 | 1720 | 340 | 140 30 | ~100 | 1380 | 330

(1.2311, P21)
38-43HRC 190 ~2.0 ~4.0 | 1,530 230 210 ~2.0 ~8.0 | 1,220 220
BEANE 70 ~35 | ~10.0 | 1,590 400 90 ~35 | ~125 | 1,270 380

(SKD61, DAC, DHA)

fE&42-52HRC
Hardened die steel

PLR |JC8118| 120 ~2.5 ~5.0 | 1430 290 140 ~2.5 ~6.2 | 1,150 280

(1.2344,1.2379)
42-52HRC 190 ~1.2 ~2.5 | 1,270 190 210 ~1.2 ~3.2 | 1,020 180

19'9"3#(6(7;7%4)»%&% 70 ~50 | ~18.0 | 23390 960 90 ~50 | ~25.0 | 1,910 920
FC, FCD

BE300HBLLT | pigs | jcs118| 120 ~40 | ~10.0 | 2,150 750 140 ~40 | ~120 | 1,720 | 720

Grey & Nodular castiron
(GG, GGG)

Below 300HB 190 | ~30 | ~50 | 1910 | 570 | 210 | ~30 | ~90 | 1530 | 550
25 ILE 70 | ~50 | ~16.0 | 2390 | 720 | 90 | ~50 | ~200 | 1910 | 690
(SUS304)

EE250HBLLR | PLAE | JC8050 120 ~4.0 ~8.0 2,150 540 140 ~4.0 ~10.0 1,720 520
Stainless steel

Below 250HB 190 ~30 | ~40 | 1910 380 210 ~30 | ~80 | 1,530 370

2 RELRZ, ap: iARDYNAALRE, Ge: FRAMOYNAAFEE, n: TEOERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) ESEDUIEISEASE . BEAREIIES KD — TSSO TREL EE L,

2) CUUDRELSBSIE IHAFRES Z LEEHMBL DAL TREE V. HBVIEEREZ T FTERLIZE L,

3) BB HTRRDHGF FTVIAHRIZ X LT REVRICNB LV VIZTIFTERLZE L,

4) I7 =7 0— LK STIREEZITOTRRE WV, FHT IIEMCTDFvET A I T TRV TRIBISERL S0,

5) QMEIL2v YT 9 41 T T54 ZAPME/PME-LSTEZERDIR(E. REUR S 0%Z LEEHI O T RHEDE0%IZECR UERLIZE L,

6) AEL LIFBULIZEERM EIFMNIICTZOMT +-PLIER SRR A > 8 — NefERDIHE(F. WEBH S OT DYIHIRMHRZ
BRIEEV (FEEQRI—REN),

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 E 1@
Spindle speed and Feed speed. -
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of -
the above data. E -

6) When using ZOMT 3 -PL type insert in side finishing or bottom face finishing,
@ please scan the following QR code for the details of the cutting conditions table.



// DIJET

RHIDAZOMT*-PLA; TSR Y —h NI 2.

Recommended cutting conditions for "ZOMT:x-PL-type inserts"
QM=ZJL. MPM#A + mBE—® (T 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

G | 4 TEZ(mm) Tool dia.
wa | o= 30 32
Work materials Applicable g R4 No. of teeth 7N FE No. of teeth 8N
inserts | Grades (m€n) @B | GemEe | ) | (mmming (m€n) E | Genge | ) | ommin
JE 100 | ~50 | ~220 | 1,700 | 950 100 | ~50 | ~22.0 | 1590 | 1,020
@%:afggﬁs?%ﬁ P |y 150 | ~40 | ~150 | 1530 | 750 | 150 | ~40 | ~150 | 1430 | 800
€50, C55
Below 250HB 210 | ~30 | ~80 | 1,360 | 570 210 | ~30 | ~80 | 1270 610
ooER 100 | ~50 | ~220 | 159 | 670 100 | ~50 | ~22.0 | 1,490 720
BEOHBLLT: | pygy | 0800 y50 | 40 | ~150 | 1430 | 500 | 150 | ~40 | ~150 | 1340 | 540
.  |(Jcs118) : : ’ : : )
.2344,1.2379
Below 255HB 210 | ~30 | ~80 | 1270 | 360 210 | ~30 | ~80 | 1,190 380
TUN—RE 100 | ~50 | ~22.0 | 1590 | 560 100 | ~50 | ~22.0 @ 1490 600
%gwgbpégiﬁ[g JC8118
(LMoIdsteeI) P |(Caos)| 180 | ~40 | ~15.0 | 1,430 | 400 150 | ~4.0 | ~15.0 | 1,340 430
1.2311, P20
30-36HRC 210 | ~30 | ~80 | 1270 | 270 210 | ~30 | ~80 | 1,190 290
TUN—R 100 | ~50 | ~220 | 1,270 | 440 100 | ~50 | ~22.0 | 1,190 480

(NAK8O, HPM1, P21)

1@ 38-43HRC . | Jcat18 _ _ _ _
Wk C | P |(caosn)| 150 40 | ~150 | 1150 | 320 | 150 40 | ~150 | 1070 | 340

(1.2311, P21)
38-43HRC 210 ~3.0 ~8.0 | 1,020 210 210 ~3.0 ~8.0 950 230
BEANE 100 ~4.0 | ~15.0 | 1,060 370 100 ~40 | ~15.0 990 400

(SKD61, DAC, DHA)
fEc42-52HRC
Hardened die steel
(1.2344,1.2379)

42-52HRC 210 ~2.0 ~3.8 850 180 210 ~2.0 ~3.8 800 190

PLR |JC8118| 150 ~3.0 ~7.5 950 270 150 ~3.0 ~7.5 900 290

1@'9"‘3}(-%"9%4)}11%3% 100 ~50 | ~24.0 | 1,590 890 100 ~50 | ~24.0 | 1,490 950
FC,FCD

@ 300HBLLT , N N N N
Greygéﬁé\lgdu(liaé%a)stiron PLR |Jc8118| 150 4.0 16.0 | 1,430 700 150 4.0 16.0 | 1,340 750

Below 300HB 210 | ~30 | ~90 | 1270 | 530 | 210 | ~30 | ~90 | 1,190 | 570
2F UL 100 | ~50 | ~220 | 1590 | 670 | 100 | ~50 | ~220 | 1490 | 720
(SUS304)

EE250HBLT | PLAE | JC8050 150 ~4.0 ~15.0 1,430 500 150 ~4.0 ~15.0 1,340 540
Stainless steel

Below 250HB 210 ~30 | ~80 | 1270 360 210 ~30 | ~80 | 1,190 380

2 RELREZ, ap: MARDYNAALRE, Ge: FRFAMOYNAHFES, n: TEOERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA LEDOXFEEIR

1) LECOVIRISRHEE EMAIES KT D — IR TR0,

2) T RELIBSI IHAHFRES Z LEEHMBL DAL TREE V. HBVIEEV)REZ T FTERLIZEL,

3) BB HTRRDHEF FTVIAHFIZZ LT REE V. RICNB LV VIZTIFTERLEE L,

4) I7 =7 0— LKL STIRENEZITOTIRE VY, FHT IIFEMCTODFvEFT A I T TRV TRIBISERLIEE L,

5) QMEIL2v 2T 9 4 T T 54 ZAPME/PME-LSTEZERDIR(E, REUR S 02 LEEHI 0T RHEDE0%IZECR UERLIZE L,

6) AEL LIFBULIZEER EIFMNIICTZOMT +-PLIERSERIRA B — NMefERDIHE(. WEBH S OT DYIHISRMHRZ
BRIZEV (FEEQRI—REKW),

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 E 1@
Spindle speed and Feed speed. -
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of -
the above data. E -

6) When using ZOMT 3 -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QM=ZJ) EYa2S5—A\YEF " MPM# + m8E—&(EYV 15— \NvREAZ—IVBEY+>277—I\) MPM and MSN type

S TE&Z(mm) Tool dia.
% Hl #4 H—h 10/11 12/13/15
Work materials | #47& F# No.of teeth 2N T No. of teeth 3N
Grades (mérzn) (rﬁl{?]) (r?r%) (mII71‘) (mm\//r;ln) (mérzn) (gl’r?]) (rﬁrﬁ) (min-') (mm\frfmn)
T ~50 | =12 | <010 | 12600 | 3780 | ~60 | =12 | =<0.10 | 10,600 | 4,770
Bo20BLIT | sl 75 | =08 | =008 | 8820 | 2120 80 | =08 | =008 7420 | 2670
5050, C09) 100 | <06 | <008 | 8820 | 1,760 10 | <06 | <008 | 7420 | 2230
] ~50 | =10 | =010 | 11,400 | 3420 | ~60 | =10 | =010 | 9550 | 4,300
B o BT | | 75 | =07 | =008 | 7980 | 1920 80 | =07 | =008 | 6690 | 2400
s e 100 | =05 | =008 | 7980 | 1600 | 110 | =05 | <008 | 6690 | 2000
A e oy ~50 | <10 | <010 | 11400 | 3420 | ~60 | =10 | <010 | 9550 | 4300
B0.06HRC | C8¥S L 75 | <07 | =008 | 7980 | 1920 80 | =07 | <008 | 6690 | 2,400
(1,231, £20) 100 | <05 | <008 | 7,980 | 1,600 110 | =05 | =<0.08 | 6690 | 2,000
T ~50 | =10 | =010 | 8880 | 2130 | ~60 | =10 | =010 | 7430 | 2670
BCosAsnC | Maoe)| 75 | =07 | =008 | 6180 | 1,240 80 | =07 | =008 | 5200 1560
e, 2l 100 | <05 | <008 | 6180 | 990 | 110 | =05 | <008 | 5200 | 1250
(KO B ) ~50 | =08 | =010 | 6360 | 1270 | ~60 | =08 | =010 | 5300 | 1590
medo5ehRC | D021 75 | <05 | <008 | 4440 | 710 80 | =05 | <008 | 3710 | 890

Hardened die steel |(JC8015)

(1.2344,1.2379)

42-52HRC 100 - - - - 110 - - - _

J5E AU A < < ~ < <
(SKD11.SLD, DC11) 50 | =05 | =010 | 4740 950 60 | =05 | =010 | 3,980 | 1,190
BEE55-62HRC | piyypp 75 <03 | =008 | 3,300 530 80 =03 | =008 | 2,79 670

Hardened die steel

(1.2344, 1.2379)

55-62HRC 100 - - - - 110 - - - -
mﬁf&%ﬂiﬁﬁ e ~50 =12 | =012 | 12600 | 3,780 ~60 =12 | =012 | 10600 | 4,770
Gﬁi@gﬁggﬂ)ﬁn oHopy| 75 | =08 | =010 | 8820 | 2120 80 | =08 | =010 | 7420 | 2670
Boiosy S00HB 100 | =06 | <008 | 8820 | 1,760 110 | =06 | <008 | 7,420 | 2230
27 LA ~50 | <10 | <010 | 11400 | 3420 | ~60 | =10 | <010 | 9550 | 4,300
@é?n%iéoégﬂ: ooom| 75 | =07 | <008 | 7980 | 1920 80 | =07 | =008 | 6690 | 2400
Below 250HB 100 | <05 | <0.08 | 7,980 | 1,600 110 | =05 | <008 | 6,690 | 2,000
582 | o ~50 | =10 | <010 | 2,520 600 | ~60 | <10 | <010 | 2,120 760
(Ti-6A-4Y) | (D102 75 =07 =0.08 1,740 350 80 =07 =0.08 1,480 450
antum allo 100 | <05 | <008 | 1740 | 280 | 110 | =05 | <008 | 1480 | 360

2 IRINRHELRE, ap: BIARDYNAHRE, Ge: FEAMDYLAHRE, 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{ERALOESEIR

1) LEEDLIHISEHS . ERRAIMES KOD— IR U TRELIEE L,

2) UUWHRELUISEF ANAR TS Z LEEBIEX) BEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) BTN EDGEF. FTVHAHFRIEZLLTLREE VL RICNB KV VIZ T IFTERLEE L,

4) I7—=70O— XKWWK TREMBZTOTREE W HIC IEMCTOFvETA NI TR FTRUBISERLSZE W,

5) QNI+ T9 4 FTS54 ZAPME/PME-LSF.ZERDIR(E . BHEUR S 0% _LEEAIOTRIEDE0%EEICES UERLIESE 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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



// DIJET

fIE LR YOHWR: T5E3TIa1 Y —b iEEt)sIRe (4]

Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QME )V EVaS—AYE MPMRE + BE—#(EY 15— NvyRBAZ—ILEBE+>277—I\) MPM and MSN type

A TEZR(mm) Tool dia.
W | P—h 16/17/18 20/ 21
Work materials | #4%& R#8 No.of teeth 4N F# No. of teeth SN
Grades g ap ae n Vi g ap ae f f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sﬁ?g@m ~80 =12 | =010 | 7,960 4,770 | ~100 <12 | =010 | 6,300 4,770
fES250HBLLT | JC8O015
S200HBLIT | 08010 | 450 | <08 | =008 | 5560 | 2670 150 | <08 | =008 4410 | 2670
51050, C59) 160 | =06 | =008 | 5560 | 2230 190 | <06 | <008 | 4410 | 2230
TEH ~ < < ~ < <
st | 80 | =10 | <0410 | 7,060 | 4,300 100 | =10 | =010 | 5700 | 4300
SEOSHBALT | OB | 120 | =07 | =008 | 5000 | 2400 150 | <07 | <008 | 3990 | 2400
e A0 160 | <05 | =008 | 5000 | 2,000 190 | =05 | =008 | 3990 | 2,000
S0\ — RVl = = = ~ = =
Guntid| 80 | =10 | =040 | 7,160 | 4,300 100 | =10 | =010 | 5700 | 4300
G30-86HRC | ICBS | 45 | <07 | <008 | 5000 | 2400 150 | =07 | =008 3990 | 2400
(12311, £20) 160 | =05 | =008 | 5000 | 2,000 190 | <05 | <008 | 3990 | 2,000
TN\~ - = = ~ < <
| 80 | =10 | =010 | 5560 | 2,670 100 | <10 | <010 | 4440 | 2670
SISASHRC | P21 120 | =07 | =008 | 3900 | 1,560 150 | =07 | =008 | 3090 | 1560
e el 160 | <05 | <008 | 3900 | 1,250 190 | <05 | <008 | 3090 | 1250
WA = = < ~ = <
oA 80 | <08 | <0410 | 3980 | 1,590 100 | <08 | =010 | 3180 | 1590
Bxa2-52HRC | DHI02 1 400 | <5 | <08 | 2,780 890 150 | <05 | =008 | 2220 890

Hardened die steel | (JC8015)

(1.2344, 1.2379)
42-52HRC 160 - - - - 190 - - - -

WEANE ~ < ~ < <
(SKDTE LD DCH) 80 =05 =0.10 2,980 1,190 100 =05 =0.10 2,370 1,190

IA

JPCooBaHRC | pHio2 | 120 | =03 | =008 | 2,080 670 150 | =03 | =008 | 1650 670
g T B N I 0 I N S
mﬁfc‘?%g;ﬁﬁﬁ% o ~80 | =12 | =012 | 7960 | 4770 | ~100 | =12 | =012 | 6300 | 4770
G%E(Eg‘?”gé%‘)ﬁ” (oo | 120 | =08 | =010 | 5560 | 2,670 150 | =08 | =010 | 4410 | 2670
Below 30018 160 | =06 | <008 | 5560 | 2230 190 | =06 | =008 4410 | 2230
p CI L ~80 | =10 | =010 | 7160 | 4300 | ~100 | =10 | =010 | 5700 | 4300
@é?ﬁi%osé‘:ﬁf ool 120 | <07 | <008 | 5000 | 2400 | 150 | =07 | <008 | 3990 | 2400
Below 250HB 160 | =05 | =008 | 5000 | 2000 190 | =05 | =008 | 3990 | 2,000
5562 | o ~80 | =10 | =010 | 1600 760 | ~100 | =10 | =010 | 1260 760
(T-6A-4Y) | i0e) | 120 =07 | =0.08 | 1,120 450 150 | =07 | =0.08 870 450
e eley 160 | =05 | =008 | 1120 | 360 | 190 | =05 | =008 870 | 360

R ILRINEHEULRS, ap: $iARDOYIAKARS, Qe: ERARDOEYBAALRE, N: TEEERE, Vi &IRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
BERA EOEREIR
1) LEEDLIHISAHS . RIS KO — IR U TRELIEE L,

2) UUWUHDRELIBER AFRS Z LERHEBELIBELLTREWV, $BVREVREZ T FTERLEEL,

3) B NAREDBER. FTWAFREIZ R L TLREE V. RICNB IO VIZ RIFTERLIZE L,

4) I7—70O—CKIEIIKTREDBZIT>TLREV, I IIFEMCTOFvEFA NI TRV TRIBISERLZE L,

5) QWS4 T94 FT54 APME/PME-LSFEZ(ERDRIE RHEUR S0 ESEHIOTRED60%EEITIZ UERLIZEL,

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 using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts” (For side finishing)
QM=ZJ) EYa2S5—A\YEF " MPM# + m8E—&(EY 15— "NvREAZ—IVBEY+>277—I\) MPM and MSN type

12 TE&Z(mm) Tool dia.
wEIM | PI—b 25 30 32
Work materials | #47& FE No. of teeth BN J# No. ofteeth 7N ¥ No. of teeth 8N
Grades | £ dp | 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)f (mm) | (mm) | (mm) | (min") |(mm/min)

(85%?8551@50) ~120| =1.2 |£0.10 5,090 | 4,580 [~160| =1.2 |=0.10| 4,200 | 4,410 | ~160| <1.2 |<0.10| 3,980 | 4,770

BC2S0FBLIT | sy | 190] =08 <008| 3,560 | 2560 | 240 <0.8|<008| 2940 | 2470 | 240| <0.8 <0.08 2780 | 2670

(C50, C55)

B oot 235| <06 |=<008| 3560 | 2,140 | 290| <06 |=<008| 2,940 | 2,060 | 290 <06 |=<0.08| 2,780 | 2,230
o ~120] <10 |<0.10| 4580 | 4,120 [~160| =<1.0 |<0.10| 3,800 | 3,990 [~160| <1.0 | =010 3580 | 4,300
B BT | | 190] =07 |=0.08| 3200 2,300 | 240| <07 | <0.08| 2660 | 2230 | 240| <07 <008 2500 | 2,400
s 235| <05 |=<008| 3200 | 1,920 | 290| <05 =<0.08| 2,660 | 1,860 | 290| <05 |<0.08| 2,500 | 2,000
TUN—Rif ~120] =1.0 |=0.10| 4,580 | 4,120 [~160] =<1.0 | <0.10] 3,800 | 3,990 | ~160 <1.0 |<0.10/ 3,580 | 42300

(HPM?7, PX5, P20)

BE0-30HRC | By | 190 =07 |<0.08] 3200 | 2300 | 240| <07 <008 2660 | 2230 | 240| 0.7 | =0.08| 2,500 | 2400

(12311, £20) 235| <05 | =008/ 3200 | 1,920 | 290| <05 |<0.08| 2,660 | 1,860 | 290| <05 |=0.08| 2,500 | 2,000
TUN=R ~120] =1.0|=0.10] 3,560 | 2,560 | ~160] =1.0[=<0.10] 2,960 | 2,490 [ ~160| <1.0 |<0.10] 2,780 | 2,670

(NAK80, HPM1, P21)

BASOASHRC | e | 190 <07 |=008| 2490 | 1490 | 240| <07 | <0.08| 2,060 | 1,40 | 240 =07 |<0.08| 1,950 | 1,560

Mold steel
el 235 <05 |=<0.08| 2490 | 1,200 290| <05 |=<0.08] 2,060 | 1,150 | 290] =05 |=0.08] 1,950 | 1,250
BEATER ~120| =0.8 |=<0.10| 2,550 | 1,530 [~160| =0.8 |=0.10| 2,120 | 1,480 | ~160| <0.8 |=0.10| 1,990 | 1,590

IA
o

[
o

(SKD61, DAC, DHA) DH102
e alC | uosots)| 190 =05 =008 1780 | 850 | 240| =05 =008 1480 830 | 240 =05 =008 1390 890
(1.2344, 1.2379) 25| - | - | - | - | 290 - | - | -] -] 20 -] -] -] -
(smﬁ%ﬂ)ﬁ%m) ~120| <05 [<0.10| 1,910 | 1,150 | ~160| =0.5 | =0.10| 1,580 | 1,110 | ~160 5|=0.10{ 1,490 | 1,190
JRCS0B2HAC | DH1o2 | 190 <0.3 | <008 1340 | 640 | 240  =0.3 =008/ 100 620 240 =<0.3 <008 1040 670
(1.2344, 1.2379) 35| - | - | - | - | 20 -] -] - -] 20 -]-1-7-
19‘9*'9%(30“9%3%5* ~120| =12 |<0.12| 5,090 | 4,580 | ~160| =1.2 | =0.12| 4,200 | 4,410 | ~160 | =1.2 |=<0.12| 3,980 | 4,770
SOOI | o | 190] =08|=0.10/ 3560 | 2560 | 240| <0.8 | <010/ 2940 | 2470 | 240) =08 =010 2780 | 2670
556, 66G) 235 <06 |=<008| 3560 | 2140 | 290| <0.6 =<0.08| 2,940 | 2,060 | 290| <06 |<0.08| 2780 | 2,230
Z(:T-‘JI/Z)ﬁIﬁ ~120| =1.0 |=0.10| 4,580 | 4,120 |~160| =1.0 | =0.10| 3,800 | 3,990 | ~160| =1.0 |=0.10| 3,580 | 4,300

SUS304
BEBS0HBLT | (05 | 190 <07 008|320 | 2300 | 240| <07 <008 2660 | 2230 | 240 07 | <008] 2500 | 2400
tainless stee
Below 250HB 235| <05 |=<0.08| 3,200 | 1,920 | 290| <05 | <0.08| 2,660 | 1,860 | 290 <05 | =<0.08 2,500 | 2,000
R ~120| 1.0 /<010 1,020 | 730 |~160 <1.0|<0.10| 840 | 710 |~160 =<1.0 =<0.0| 800| 760
TISEE | Jos0ts P <7< P
F6A-4Y) [ oo | 190 <07 |<008| 710 | 430| 240| =07|=008| 580 410| 240 =07 =008 560 450
Titani Il
e ey 235| <05 |=<008| 710| 340| 200| <05 <008 580| 320| 290 <05 =008 560 360
R IRINBHULERES, ap: iAEOYIAARSE, Ge: ¥EABOYNAHRE, n: TEREERE, Vi EIEE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WER OSSR
1) LR OYIHISRE . EHEILES SO — TR TRBLEE W,
2) DUWHRELESR. TIAG RS Z LEEMEEY DR UTREV. 53V E%EEEE R TERES L,
3) BHEHTEOEER. FTPAFREEELTLLEE D RICNBLOVIETFTEREE LV,
4) T7—7 O— L& TRENMEE(T>TLEE W BT ITEMCTOF +E F AT TIRYID < FRURISERL 2SN,
5) QVSILY+YT9 4 FITS5A ZPME/PME-LSTEERDIEE. REUES 0% ERNY 0T S EHD60%ZETE UER< TV,

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 using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Bt PR YOHWR: T53TiRa1 Y —b iEEt)sRe (4]

Recommended cutting conditions for "YOHW-type inserts” (For bottom face finishing)
QME )V EVaS—AYE MPMRE + BE—#(EY 15— NvyRBAZ—ILEBE+>277—I\) MPM and MSN type

A TEZ(mm) Tool dia.
it | H—h 10/11 12/13/15
Work materials | #47& FE No.ofteeth 2N F#E No.ofteeth 3N
Grades | & 3 2 )| i) | o) &b () (i) |G
(Sﬁ%@w ~50 <012 | 5~10 | 7,920 3,170 ~60 | =012 | 6~12 | 6,630 3,980
BECOOMBUAT | Dy | 75 | =010 | 5~10 | 5940 | 1,900 80 | <010 | 6~12 | 4970 | 2,380
51050, C59) 100 | <010 & 5~8 | 5100 | 1430 110 | <0410 | 6~10 | 4300 | 1,800
o ~50 | <012 | 5~10 | 7,320 | 2640 | ~60 | =012 | 6~12 | 6100 | 3290
BEgOH BT | | 75 | =010 | 5~10 | 5460 | 1580 80 | =010 | 6~12 | 4580 | 1980
e A0 100 | <010 | 5~8 | 4740 | 1190 110 | =010 | 6~10 | 3960 | 1500
i e ~50 | <012 | 5~10 | 7320 | 2,640 | ~60 | =012 | 6~12 | 6100 | 3,290
BS0-S0HRC | B | 75 | <010 | 5~10 | 5460 | 1580 80 | =010 | 6~12 | 4580 | 1,980
(12311, £20) 100 | <010 | 5~8 | 4740 | 1190 110 | <010 | 6~10 | 3960 | 1500
(Nfééé}%ﬁ{?é% ~50 =012 | 5~10 6,360 1,530 ~60 | =012 | 6~12 5,300 1,910
RASASHRC | o 75 | <010 | 5~10 | 4800 | 920 80 | =010 | 6~12 | 3980 | 1,150
e el 100 | <010 | 5~8 | 4140 700 110 | =010 | 6~10 | 3450 870
(SKD%%?@EDHA) ~50 =010 | 5~10 | 3,840 770 ~60 | =010 | 6~12 | 3,180 960
ie42-52HRC | DH102 75 | =008 | 5~10 | 2,880 460 80 | <008 & 6~12 | 2380 570

Hardened die steel | (JC8015)

(1.2344, 1.2379)

42-52HRC 100 - - - - 110 - - - _
AN ~ < ~ ~ < .
(SKD11. SLD, DC11) 5 | =010 | 5~10 | 2220 390 60 | =019 | 6~12 | 1860 9
fE55-62HRC | piy1p 75 | =008 | 5~10 | 1,680 210 80 | =0.08 | 6~12 | 1400 270

Hardened die steel
(1.2344, 1.2379)

55-62HRC 100 - - - - 110 - - - -
mﬁfc‘?%g;ﬁﬁﬁ% e ~50 | =015 | 5~10 | 6,360 1,910 ~60 | =015 | 6~12 | 5300 2,380
Gﬁ%@gﬂgé%ﬁn oo | 75 | =012 | 5~10 | 4800 | 1,150 80 | =012 | 6~12 | 3980 | 1430
Boins S00LIR 100 | <010 | 5~8 | 4,140 810 110 | <010 | 6~10 | 3450 | 1,010
252 ~50 | =012 | 5~10 | 7,320 | 2,640 ~60 | <012 | 6~12 | 6100 | 3,290
@éign%:eg’s%osé‘:ﬁn: ouom| 75 | =010 | 5~10 | 5460 | 1580 80 | =010 | 6~12 | 4580 | 1,980
Below 250HB 100 | <010 | 5~8 | 4740 | 1,190 110 | <010 | 6~10 | 3960 | 1,500
582 | o ~50 | <012 | 5~10 | 1,560 370 ~60 | <012 | 6~12 | 1330 480
(T-6A-4Y) | (D102) 75 | <010 | 5~10 | 1,200 230 80 | <010 | 6~12 | 1,000 290
iantum alloy 100 | <010 | 5~8 | 1,020 170 110 | <010 | 6~10 | 860 220

R ILRINEHEULRS, ap: $iARDOYIAKARS, Qe: ERARDOEYBAALRE, N: TEEERE, Vi &IRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
BERA EDOEEEIR
1) LEEDUIHISES . RIS KO — IR U TRELIEE L,

2) UUWUHRELIBER A RS Z LERHEBELIBELLTREWV, $BWVEVREZ T FTERLEEL,

3) B NREDBER. FTWAFHREIZ R L TLREE WV RICNB IO VIZ RIFTERLIZE L,

4) I7—70O—CKIEIIKTREDBZIT>TLREV, I IIFEMCTOFvEFA NI TRV TRIBISERLZE L,

5) QWS4 T94 FT54 APME/PME-LSFEZ(ERDRIE RHEUR S0 ESEHIOTRED60%EEITIZ UERLIZEL,

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 using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Ouick & Mini

New generation high feed mill

e],

REEEIFAYOHWH: IR Y —b SHELIHISRE

Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)
QM=ZJ) EYa2S5—A\YEF " MPM# + m8E—&(EYV 15— \NvREAZ—IVBEY+>277—I\) MPM and MSN type

A TERZ(mm) Tool dia.
# Hl #4 Y—k 16/17 /18 20/ 21
Work materials | #47& H#EL No.of teeth 4N F# No. of teeth BN
Grades A ap de n Vi 2 ap ae / £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(85%?8551@50) ~80 <012 | 8~16 | 4,980 3,980 ~100 | =012 | 10~20 | 3,960 3,980
B&250HBLLT | JCB015 ~ ~
CHOMBLIT | Dmioy)| 120 | =010 | 8~16 | 3740 | 2,380 150 | =<0.10 | 10~20 | 2,970 | 2,380
5050, C09) 160 | <010 | 8~13 | 3240 | 1,800 190 | <010 | 10~16 | 2550 | 1,800
i | o 80 | =012 | 8~16 | 4580 | 3,290 100 | <012 | 10~20 | 3660 | 3,290
CEOHIBIAT | Ditog) | 120 | =040 | 8~16 | 3440 | 1980 150 | <010 | 10~20 | 2,730 | 1,980
AR 160 | <010 | 8~13 | 2980 | 1,500 190 | <010 | 10~16 | 2370 | 1500
G | e 80 | <012 | 8~16 | 4580 | 3,290 100 | <042 | 10~20 | 3660 | 3,290
TEOSEHRC | ooy | 120 | =010 | 8~16 | 3440 | 1980 150 | =010 | 10~20 | 2,730 | 1,980
(1,251, =20) 160 | <010 | 8~13 | 2980 | 1500 190 | <0410 | 10~16 | 2370 | 1500
g 80 | <012 | 8~16 | 3980 | 1,910 100 | <042 | 10~20 | 3180 | 1,910
ToLASHRC | Seote)| 120 | =010 | 8~16 | 2,980 | 1,150 150 | <010 | 10~20 | 2400 | 1,150
el 160 | <010 | 8~13 | 2,580 870 190 | <010 | 10~16 | 2,070 870
AN ~ < ~ ~ < ~
OB | 80 | <010 | 8~16 | 2,380 960 100 | <010 | 10~20 | 1,920 960
H@@gzz?’ e | ucaor 120 | =008 | 8~16 | 1780 570 150 | =<0.08 | 10~20 | 1,440 570
“42-52HRC 160 - - - - 190 - - - -
NG ~ < ~ ~ = ~
oA 80 | <010 | 8~16 | 1,400 450 100 | <040 | 10~20 | 1,110 450
13@;2? oo DH102 | 120 | <0.08 | 8~16 | 1,040 270 150 | =<0.08 | 10~20 | 840 270
"55-62HRC 160 - = - - 190 - - = =
19‘9*'9%(30“9%3%&* ~80 | =015 | 8~16 | 3,980 2380 | ~100 | =0.15 | 10~20 | 3,180 2,380
BB 300HBLLT | JCB015 ~ ~
B [ Do | 120 | =012 | 8~16 | 2980 | 1430 150 | <012 | 10~20 | 2400 | 1430
5.6, GeG) 160 | <010 | 8~13 | 2580 | 1,010 190 | =010 | 10~16 | 2,070 | 1,010
A ~80 | =012 | 8~16 | 4580 | 3290 | ~100 | <012 | 10~20 | 3,660 | 3,290
SUS304
B 250HBLLT buom| 120 | =010 | 8~16 | 3440 | 1980 150 | =010 | 10~20 | 2730 | 1980
tainless stee
Below 250HB 160 | =010 | 8~13 | 2,980 | 1,500 190 | <0410 | 10~16 | 2370 | 1,500
o ~80 | <012 | 8~16 | 1,000 480 | ~100 | <012 | 10~20 | 780 480
T 82 | 08015 > >
eakay) [ | 120 | =010 | 8~16 740 290 150 | <010 | 10~20 | 600 290
Titanium alloy
160 | =040 | 8~13 640 220 190 | =010 | 10~16 | 510 220

2 IRINRHELRE, ap: BIARDYNAHRE, Ge: FEAMDYLAHRE, 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{ERALOESEIR

1) LEEDLIHISEHS . ERRAIMES KOD— IR U TRELIEE L,

2) UUWHRELUISEF ANAR TS Z LEEBIEX) BEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) BTN EDGEF. FTVHAHFRIEZLLTLREE VL RICNB KV VIZ T IFTERLEE L,

4) I7—=70O— XKWWK TREMBZTOTREE W HIC IEMCTOFvETA NI TR FTRUBISERLSZE W,

5) QNI+ T9 4 FTS54 ZAPME/PME-LSF.ZERDIR(E . BHEUR S 0% _LEEAIOTRIEDE0%EEICES UERLIESE 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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts” (For bottom face finishing)
QME )V EVaS—AYE MPMRE + BE—#(EY 15— NvyRBAZ—ILEBE+>277—I\) MPM and MSN type

A TEZR(mm) Tool dia.
15 Hll 74 H—k 25 30 32
Work materials | #47& F# No. of teeth BN J#4 No. ofteeth 7N T No. of teeth 8N
Grades | £ dp | ae n Vi | £ dp | 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)
LE ~120]=0.12]12~25] 3,180 | 3,820 [ ~160|=0.12|15~30] 2,640 | 3,700 [ ~160|=0.12]16~32] 2.490 | 3,980
B200FBLIT | ots | 190]=0.1012~25 2,380 | 2280 | 240 <0.10]15~30| 1980 | 2220 | 240|010 16~32| 1870 | 2,380
B sl 235 <0.0612~20| 2,070 | 1,740 | 290| <0.06/15~24| 1,700 | 1,670 | 290|<0.06/16~26| 1,620 | 1,800
o8 ~120] =0.12]12~25] 2,930 | 3,160 [ ~160 | <0.12|15~30] 2,440 | 3,070 [ ~160]=0.12]16~32] 2,200 | 3,290
B BT | | 190|=<0.10[12~25| 2200 | 1900 | 240|=<0.10/15~30] 1,820 | 1,830 | 240|<0.1016~32 1,720 | 1,980
Al 235 | <0.0612~20| 1,900 | 1,440 | 290 |=0.06/15~24| 1,580 | 1,390 | 290|=0.06|16~26| 1,490 | 1,500
T\~ 158 ~120| =0.12[12~25] 2,930 | 3,160 [ ~160| <0.12[15~30] 2,440 | 3,070 | ~160| <0.12|16~32] 2,290 | 3,200

(HPM?7, PX5, P20)
f@e*30-36HRC | JC8015 - ~ -
Mold steel (DH102) 190| =0.10{12~25| 2,200 | 1,900 | 240|=0.10{15~30| 1,820 | 1,830 | 240|=0.10|16~32| 1,720 | 1,980

(12311, £20) 235 <0.06/12~20 1,900 | 1440 | 290 | =<0.0615~24| 1590 | 1,390 | 290|=<0.06 16~26| 1,490 | 1,500

TUN\—R4ff ~ < ~ ~ < ~ ~ < ~.
(NAK8O, HPMT. P21) 120 =0.12|12~25| 2,550 | 1,840 | ~160|=0.12|15~30| 2,120 | 1,780 | ~160 | =0.12|16~32| 1,990 | 1,910

@ 38-43HRC | DH102 I~ ~ ~.
“Mold steel Wcsots)| 190 =0.10/12~25| 1,910 | 1,100 | 240|=0.10{15~30 1,600 | 1,080 [ 240|=0.10{16~32| 1,490 | 1,150

e el 035 <0.06/12~20| 1,660 | 840 | 290|=0.0615~24| 1,380 | 810| 290|=0.06/16~26 1,200 | 870

BEANER ~ < ~ ~ < ~ ~ < ~
(SKDET. DAC DHA) 120(=0.10/12~25| 1,530 | 920 [~160|=0.10{15~30) 1,280 | 900 |~160|=0.10/16~32| 1,190 | 960

EE42-52HRC | DHI02 ~ ~ ~
e SeHRC | baots)| 190/ =008/12~25 1,150 | 550 | 240/ <008/15~30 960 | 540| 240 =008/16~32 890 | 570

(1.24:?21451,211.3879) 35| _ _ _ 200| - _ _ _ o90| - - - -

WEANE ~ < ~ o~ < ~ ~v < ~
(SKDTi SLD. DC11) 120(=0.10/12~25| 890 | 430 |~160/=0.10{15~30, 740 | 410 |~160|[=0.10/16~32| 700 | 450

B 55-62HRC I~ ~ ~
JRCO0B2HAC | DH1o2 | 190 |<008/12~25 670 | 260 | 240 <008/15~30 560 250 | 240 =<008/16~32 520 270

(1.2344, 1.2379)

55-62HRC 235| - = = = 290| - - = - 290| - - - -
gy 208 (L ~120 | <0.15/12~25| 2,550 | 2,300 | ~160| =0.15/15~30| 2,120 | 2,230 | ~160 | =0.1516~32| 1,990 | 2,380
& 300HBIUT | JC8015 N - —
Gre;gzNodulama)s“mn (D102) | 190 =0.12/12~25) 1,910 | 1,380 | 240 =0.12/15~30| 1600 | 1340 | 240/ =012/16~32 1,490 | 1,430

Below 30018 235/ =<0.10[12~20 1,660 | 970 | 290 =0.10/15~24 1,380 | 940 | 290|=0.10/16~26| 1,290 | 1,010

27U ~120| <012 12~25| 2,930 | 3,160 | ~160 | =0.12|15~30| 2,440 | 3,070 | ~160 | <0.12|16~32| 2,290 | 3,290

(SUS304)
250HBLLT | i | 190 <0.12/12~25 2200 | 1900 | 240 <0.12]15~30| 1820 | 1,830 | 240| =012 16~32| 1,720 | 1,980

Stainless steel

Below 250H 235|<0.10/12~20] 1,900 | 1,440 | 290|=<0.10[15~24 1,590 | 1,300 | 290 <0.10/16~26| 1,490 | 1,500
I ~120| <0.1212~25] 640 | 460 [~160]<0.12/15~30] 520| 440 [~160 <0.12/16~32] 500| 480
meaay) || 190/ <0.10/12~25| 480| 280| 240 <0.10/15~30 400 270 | 240/ =0.016~32 370 | 290
iantum alloy 235 <0.06/12~20] 420 | 210| 290|<0.06/15~24| 340| 200| 290 <0.06/16~26 320 | 220

R ILRINEHEULRS, ap: $iARDOYIAKARS, Qe: ERARDOEYBAALRE, N: TEEERE, Vi &IRE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
BERA EDOEEEIR
1) LEEDUIHISES . RIS KO — IR U TRELIEE L,

2) UUWUHRELIBER A RS Z LERHEBELIBELLTREWV, $BWVEVREZ T FTERLEEL,

3) B NREDBER. FTWAFHREIZ R L TLREE WV RICNB IO VIZ RIFTERLIZE L,

4) I7—70O—CKIEIIKTREDBZIT>TLREV, I IIFEMCTOFvEFA NI TRV TRIBISERLZE L,

5) QWS4 T94 FT54 APME/PME-LSFEZ(ERDRIE RHEUR S0 ESEHIOTRED60%EEITIZ UERLIZEL,

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 using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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New generétion high feead’mill ‘@M MAX”

RPILT
640~ 66

:

‘ {3 Low cutting force ‘

BB DIRTAARZB U BIEHAZ A 2 Y — b (THIERERRB L 25%ER) T.dp=1.0mm
TONIHOEELGRERINTATIE, . 1.7mm EDOITRE ICHSVTH YIS -
EMEN (LR T I BENT THRERL L,

Adopted unique 3D geometry inserts with low cutting force (25% lower than conventional tool), QM MAX
achieved high efficient machining up to dp=1mm.

Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity milling.

= Excellent for vertical wall machining.

‘ %% ¥ Multi blades specification

ZAERICIVEEUIITHOIEET WL THEHE 144cc/min (¢32€EVa15—9147
EHE) ZRIR,

Multi blades specification achieved Q=144cc/min.

JRE) T — Vibration free
EI 2S5 —ANYRMQXFAERES. BRI RICEBNA —IVEBEY +> I 7 — I\ [TEE—#
ZHBEDEBILICEK . VUL SEEFRINT LA VY —bDOREMLZRIR,

“QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control the vibration
by the combination of MSN carbide shank holder.
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A Y —=RIN\UI =232 Inserts variation

[=tedo)::! EiXb RN STEER

High feed insert High feed insert for unfavorable condition

A -'_: y . s

EPMT100312ZER  EPMT100312ZER EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

A e = .
L @ 7r=muom | @) mmuosm @) #5>mupn

High hardened steel Shoulder milling insert Shoulder milling insert Shoulder milling insert
for aluminum alloy for steel for Ti-alloy

EPHW100316ZTR ZPMT1003...ZER-NL ZPMT1003...ZER-PL ZPMT1003...ZER-SL
(J—7 R0.4, 0.8, 2.0) (3—7R0.4, 0.8, 2.0) (3—7 R0.4, 0.8, 2.0)

AIE - REH L F B KT
ﬁﬁﬁ”.ﬂi’éﬁiﬂ;ﬁ;ﬂ? TS HHETE 1A TERY +BHIVIIIH

bottom face / contouring milling oJge! &5IC. =S5—a1 VY —RMYPHWHAERIC
CBN'fyﬂl\ S ZBHTRICELDFEERD OEEELREH -

( flEt EIFITZRR.

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

AV —MECRGLAENEL. —REAL SEREEM. F9 VES MASEEDHHIME CHINTRERHPVDI—F 1V ITH#H
fE<JC8118). KifEtIHIICREFPVDI— T« >~ 7 #i&(JC8050) . M RIE M P THEAEE N RO SN B MIISHL. KW—ED
REMILZREIZHPVDI—T 4V IT#IE(IC7560) ICIIA./YO—K(FC18) (FIL=H). . #HPVDI—F 1V T #i&E
(JC7518) (FIVR)ESAVF v,

Fre ftEFADSS—4 P —FYPHWHIC(E, —f&HP R T L Rl SR EEL <A BT RERLAPVDI—F « VT #4118
(JC8015) . B —Xwh(CX75). SEEM - EFEINLEIFPVDI—F VI #iE(DH102) 8L U BRI ILICHKEFCBNIiEZ
BZNUI—YaviiK,

Adopted new PVD coated grade “JC8118” possible to cut general steel, hardened material, Ti-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 “FC18” for aluminum alloy & new PVD coated grade “JC7518” for Ti-alloy.

Moreover, “MIRROR INSERT” YPHW type adopted generic PVD coated grade “JC8015” that have a wide application, cermet “CX75”,
PVD coated grade “DH102” for high speed machining in high hardened material, and CBN grade for high speed machining.



ﬂ m Ouick & Mini ; New generation high feed mill
el YV y.p '

i7))=[{i:4:: Cutting performance

Tool life comparison

0.5

224m(NG)
QM384miERE

QM max achieved 384m.

/‘ 64m(NG)

I Material: 0.4

7Y N\—R>4 (NAKSO, 40HRC) P21, 40HRC
{ERA>H—N Insert No.:

EPMT100312ZER (JC8050)
4544 Cutting conditions:

Dc=32mm, Vc=120.6m/min (1=1,200min""),

f=3mm/rev (Vf=3,600mm/min) (6%X 6N),

dp=0.6mm, de=19mm, Q=41cc/min

B T&X Overhung length: £ =100mm
7BHI%) Shoulder cutting, 477> Down cut,
&R (T7—70—) Dry (Air blow)

0.3

288m (it e])

(Still able to continue)

0.2

- QMYYI R QM MAX | ]

0.1
—A— A%t Competitor A
‘ —@- Fit Competitor F

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

BAEIFEEFESE (mm) Max flank wear

Metal removal rate comparison

SS0CHJEIBFD 1 Kw=H =) < FHEHE

Metal removal rate / 1Kw on C50

30
(CC/KW) I T2 pDc=32mm
de=20mm
25
20
15
10
dp=1mm, Vf=4.5m/min |dp=0.6mm, Vf=12m/min
EQMTYJ X QM MAX 24.59 217.27
W A%E Competitor A 23.08
W F#t Competitor F 24.49

QMY v I X (MQXFY) [ttt G kBN HENEL.
EHESD OIS THEHEN KI6~10%% L)
Metal removal Q/Kw of QM MAX is 6% -10%
higher than Competitor's tool.

AENILE

Lower power
consumption

=
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(0 ]\Y 4VA by & “D ke b LXaNVA S Modular head MOX type
TYPE

J—52 RJYTFZE Through coolant hole r " r— / :
GIB55), @ = &
T ) Gl Gy WD S#HID HEAIT

@=:XDHA For high feed milling
C

Lt

L i
-.MHIH.' 1|

Q MD

S /7
) Pl }1
Q [
RO.4~R2.0 T
St JE(mm) Dimensions 2 parts
. < I9357TRL | LYF(REI5E)
& | N A~ —h Clamp screw Wrench(i“n‘%}l?’;%d)

No. of i i
Cat. No. Stock inger(;s ¢Dc| Lf |¢Db|MD | C | W Applicable inserts § /§

MQX-2016-M8 16 | 23 |14 M8 | 8| 12

MQX-2017-mM8 17 | 23 |14 M8 | 8| 12

MQX-3020-M10 20 30 18 |M10| 9 | 14 TSW-2556H
MQX-4020-M10 20 | 30 |18 |M10| 9| 14

MQX-4021-M10 21 | 30 |18 |M10| 9| 14

MQX-4025-M12 25 | 35 |225|M12| 10 | 17

MQX-5025-M12 25 | 35 |225|M12| 10 | 17

MQX-4026-M12 26 | 35 |225|M12| 10 | 17 P 10035 5 TR

MQX-5026-M12 26 35 |225|M12| 10 | 17 ZPMIT1003% % ZER- s 08

@ max-5028-M12
MQX-5030-M16
MQX-5032-M16
MQX-6032-M16
MQX-5035-M16
MQX-6035-M16

28 | 35 |23.6 |M12| 10 | 17 | yppy1po3sesz:R s
30 | 43 27 |Mi6 12| 22
32 | 43 20 |Mi6| 12| 22 DSW-2563H
32 | 43 29 |Mi6 12| 22
35 | 43 29 |Mi6| 12 | 22
35 | 43 29 |Mi6 12 | 22
MOX-6040-M16 40 | 43 |32 |M16| 14 | 26
MQX-7040-M16 40 | 43 |32 |M16| 14 26
MOX-6042-M16 | + | 6 |42 | 43 (32 |M16| 14| 26

(BN BN B NN BN NN MN AN BN BN BN BN BN NN NN BN J
NlolojalojalalgalaldlabABNDN

). RIS CA VY —NIHEIHAATHIEE Ao BIESKHIEE L, EIBISEHE Cutting conditions
2. EVAS—AYROHEHEIFNLIFP.SETSELET L,
(M85 A FICIFEAR/NF(DSTA T ) DIERZEHRELET.) 95U TRLEE | #ENLY (N-m)
3. 20195 2AMEN &N, LY FHEHUT SV FRUBZFERLR (MOLY) BAEKIHBLZLEE A (BIF) . e econmenced e
EUJ‘&H‘SK&)(T&‘L\‘L\D DSW-2563H 1:1

Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque.
(When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.)
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

@ . X—H—7EEER Standard stock items O : FEATEER Soon to be stocked Yo BAERDE YR (WH 108 ~2;BR42E)  Stock in Europe. (14 days delivery upon ordering)
O FEEDIELIEDREEBEE Soon to be deleted




ﬂ m Ouick & Mz'"z' New generation high feed mill
e Y Y, i

N (Wias L gwiw i @ &l Facemill type

G'B@dly I—SVNYTE Through coolanthole @ .' w @’
waao M KorybT HEID HHID EAEAIT M
@=iEDHA For high feed milling @S HID A For shoulder milling
®Db ®Db
od od
a

Lf
Lf

[ole]l R1.2 ool \R0.4~R2.0
®Dc ®Dc
@=ED A For high feed milling @TEHID A For shoulder milling
(QXP-8066R) (QXP-8066R)
Db ®Db
od ¢d
- =
Q Q
] | Sl
\ NV
== 9 = b
Jolell R1.2 ole}l R0.4~R2.0
®Dc ‘ ®Dc
4T B OE 7ERs| I ~t j&(mm) Dimensions PO o
No. of 15—k
Type Cat. No. Stock inserts ¢Dc | Lf |¢oDb| ¢od | pd1 a b Y Applisable inserts Parts
;g % QXP-8050R ® | 8 | 50 | 50 | 40 (22225 17 | 84 5 | 20 TRy
'U"Jf7\ QXP-8063R o 8 63 50 48 (22225 17 84| 5 20 &
Inch Bore | QXP-8066R o 8 66 50 60 |22.225| 17 84| 5 20
QXP-6040R-16 | ® 6 40 | 45 | 35 | 16 | 14 | 84| 56 | 18 EP*>;1>I<OF?3** ——
QXP-7040R-16 | ® | 7 | 40 | 45 | 35 | 16 | 14 | 84| 56 | 18 | zpyT1003%%
702 | OXP-T050R-22 | ® | 7 | 50 | 50 | 40 | 22 | 17 104 63 20 | ZERFR [LrFam)
=y YPHW1003sk3k | (ot be included)
Hrz | OXP-8050R-22 | ® | 8 | 50 | 50 40 | 22 | 17 104 63 | 20 | ZsRwk [
Metric Bore | QXP-8052R-22 | 8 52 50 40 22 17 |104| 6.3 | 20 /ﬁ
QXP-8063R-22 o 8 63 50 48 22 17 1104 | 6.3 | 20
A-08
QXP-8066R-27 | 8 66 50 48 27 20 (124 | 7 22
E) 1. RILSCA VS —NEHEIFHAATHIE R Ao FEEHRHLIEET L, IHISE Cutting conditions
2. 2019 2A8UED K. LY FBLUT 5V FRUBEFERALEE] (MOLY) FAEIC BV LER A (BIFE) o — -
RRHKHLIZE L, avc*lzam?igwfhﬁ }Eﬁl\)bb(lt\lll;me)

DSW-2563H 1.1

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

@ | X—AH—7EESR Standard stock items O :EA7EEETR Soon to be stocked Yo DESNERDE R (EE 1 08 ~2:BRIF2/)  Stock in Europe. (14 days delivery upon ordering)
O : TEENFLIEDRERESE Soon to be deleted
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MOX/ QXP [siis<>v—r TS

@ ZPMT-PL/NL/SLAzA V9 —b: i - KEODL EIF~t EFIITE TagEBREIVALS VY —h.

A7 -FIVRERFERICS ATV,
ZPMT-PL/NL/SL type: Shoulder milling insert possible to machine from roughing to semi-finishing & finishing
for side & bottom face. 3 type is available by use (for steel, for aluminum alloy, or for Ti-alloy).

=XD A High feed insert $AEEID A Shoulder milling insert for steel
(EPMT1003 % ZER) (ZPMT100335<ZER-PL) M
Qg 8 = 1
e
T t
CE N 51~57~—) ©)

F 4 gHIDA shoulder milling insert for Ti-alloy
(ZPMT100333ZER-SL)

EED FAFFER(ERZ High feed insert for unfavorable condition

(EPMW100312ZER) M

CE N 51~57~—3) @)

fE- KRt EFASS—a12Y—b
DFEEEE 41 ~47 x—Y o “MIRROR INSERT” for finishing side & bottom face
(YPHW1003+ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)
EED AFFE(ERZ High feed insert for unfavorable condition
(EPMW100312ZTR)

' e
o _ ol . T
e (YPHW100303ZER-15)

re] ‘ T 1
CLET RN 41~47~—3) @

BAEEA A/ \—RA>Y—] High hardened steel (— 25 (YPHW100308ZER-15)
A %g !

(EPHW100316ZTR) N
|
m

L /EQ

re/] 3.0 T
(YPHW100308ZER-F) ({Ei%Y )

CE N 58~76~—) @)

e 48~50~—v

JEHEID A Shoulder milling insert CBNAYHY—p

(ZPMT1003*+ZER) A4
/\ {

(YPHW100308ZTR-F1)

DL I 51~57~-) © DL 82~86~—) @

ZIV=TEHIDFA Shoulder milling insert for aluminum alloy BIE- EEHt EFBLUESENTESS— Y —h

(ZPNT1003+4ZER-NL) FERUwa “MIRROR INSERT” for finishing side & bottom face / contouring milling
(YPHW100320ZER-24) M

e N 51~57~—3) ©) CET N 77~81~~—) @
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eJ)

MaX/Qxp

PVDI—F4>% < By < &(mm)
) PVD coated Uriloated gérél;t CBN Dimensions
AT e & BE
Type Cat. No. Tolerance @ @ @
2191218 218| % |w|&|A|T|B|relo
8Z/5|8 88| 2 |3|=
%ﬁbﬁﬁ EPMT100312ZER M| @® [ ] (] 10 |3.2 6 |[1.211°
lonfeedinsert | EPMT100320ZER | M | @ 10 (32 | 6 |2.0/|11°
=EDF EPMW100312ZER | M | @
Haf’eﬁjﬁgﬂ%r 10 132 | 6 | 1.2]11°
unfavorable condition EPMW1 0031 ZZTR M . . .
SiEEM A
J\—R1>~H—~ | EPHW100316ZTR H ®| ® 10 (32 | 6 |1.6]11°
High hardened steel
ZPMT100304ZER M O 10 3.2 6 04 11°
BHIDA o
Shoutamilinensert | ZPMT100308ZER | M 10 (32 | 6 | 0.8 11
ZPMT100320ZER M 10 3.2 6 2.0 11°
@ZPMT1003D4ZER-NL M 1008/34 | 6 |04 | 11°
7 IL=EHIDFE
Shoulder milling insert ZPMT100308ZER-NL | M 10.08| 3.4 6 [0.8|11°
for aluminum alloy
@ZPMT1003ZUZER-NL M 1008/34 | 6 |2.0|11°
@ZPMT1UU304ZER-PL M| @®| @ o ([ 10.08|3.4 6 |04 11°
#EEIbA
Shouldefzr mitllinlg insert ZPMT100308ZER-PL | M 1008/34 | 6 |0.8|11°
or stee
@ZPMT1UU3ZUZER-PL M 1008/34 | 6 |2.0|11°
@ZPMT100304ZER-SL M o 10.08/3.4 6 04 11°
F& UBHIDE
snoul;ﬂer?mlilng insen@ZPMTwosDSZER-SL M 10.08/3.4 | 6 |0.8|11°
or Ti-alloy
@ZPMTW(BZOZER-SL M 10.08|3.4 6 |20 11°
YPHW100303ZER-15| H () ([ 10.06/3.35| 6 | 0.3 |11°
fHlm - KEEft L o
B f_U%Eﬁ;?DHIﬁi YPHW100308ZER-15| H 10.06/3.35| 6 | 0.8 |11
‘;ﬁ;;mgm_u'\ YPHW100308ZER-F | H [ 1006/3.35 6 0.8 |11°
for finishing side &
bottom face / YPHW100308ZTR-F1| H ® |10.06/3.35| 6 |0.8|11°
contouring milling
YPHW100320ZER-24| H o o 10.06/3.35| 6 |2.0|11°

17— 10BAWTT 122U #T8IBN795(F 1 5 — X BAWUTY . 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

QMY YI ZARA VY —bkDERIY—2ICDUWLT Discrimination of grade for MQX / QXP insert
ME(OA—FT1V ) TEICA VT —RRDOFEDDDIY—IDEILEDFT , SERDRICCHEEREEL,

Each grade shows different mark around the hole for fool proof.
JC8118 JC8050 / JC7560
o Q

HAl~Y—o
Discrimination
mark

@ [ @ . X—H—7EER Standard stock items O : EBTEESR Soon to be stocked O EEDIELIEDREFEE Soon to be deleted




me=={;7ll Cutting data for "QM MAX"

// DIJET

1. SKD61 Il T DFEFSRRE Gl L) Improved tool life in roughing on 1.2344.

ZHURE Overhung length : 60mm

&R Result

0D N ITHHA VT —NEREEFRICT

a0 ToTRE,
EREDOK1.5BONITHERMESNI.

After 90 min, insert showed just normal wear and still
able to continue. Achieved 1.5 times longer tool life
compared with conventional tool.

22 #n  Partname | E—JUR Mold
17
1l )
To| # HlI # Material SKD61 1.2344
#=
A3
fiE <& Hardness 50~52HRC
2 MQX-2017-M8
£ B & ToolNo. | N M8-40-516C
(o]
é | 4UY—NEE  InsertNo. | EPHW100316ZTR
7 f&8 Grade DH102
E’J z’l:] § g n, (Vo) n=3,000min", Vc=160m/min
2UEE v Vi=2,500mm/min, f=0.84mm/rev
2
3‘% dp(mm) 0.5mm
%o p ‘
3
#E|  aemm 10mm
g
(@)
J—35 YK Coolant IKBMLIEE Water soluble
5 B #& # Machine IEIMC  Vertical MC

2. SKD6 1Dl T#H5E - i1TaESRM £ (I _EIFI0T) Improved machining accuracy & efficiency in finishing on 1.2344.

ZZHURS Overhung length : 100mm

E fn  Partname | E—JUR Mold
%
< .
To| # Hl # Material SKD61 1.2344
#=
=
fiE <& Hardness 50~52HRC
2 MQX-4021-M10
E B & TedlNoo | cm1070-520C
(o]
Z" | {UY—MEE InsertNo. | YPHW100308ZER-15
Y] f&8 Grade DH102
| & & & _ e ,
o)l e n, (\c) N=3,000min', Vc=200m/min
ﬁ YR E Vi, (f) V{=1,000mm/min, f=0.33mm/rev
x= W B
2
o
£= dp(mm) 0.15~0.18mm
f&5R Result §
N - # g de(mm) 0.05mm
EREONIEED L, E
RERR—IVIVRIIVICHUIITAESR1.25(E . o
3R ORI I Hw. 7 —35 YK Coolant ABHLIELH  Water soluble
Improved machining accuracy on slope surface.
Achieved machining efficiency by 1.25 times compared
with conventional ball nose end mill. & FH #4H  Machine FMC Vertical MC

Able to machining for 3 hours.
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H=F R @Ay B s ] = =88 Application for the choice of EP*<:type inserts

o il TEif TUI\—=RH TUIN—Rif
" (S50C, S550) (SKD61, SKD11) (HPM?7, PX5, P20) (NAK80, HPM1, P21)
% Hll ¥4 fE250HBLL R fEcc255HBLL T fEec30-36HRC fEcr38-43HRC
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
2 Cat. No. #418 Grades | 168118 | JC8050 | JC7560 | DH102 | JC8118 |JC8050 | JC7560 | DH102 | JC8118 |JCBO50 | JC7560 | DH102 | JCB118 | JCBO50 | JCT560 | DH102
EPMT1003:*ZER | > RAS RS LS Y Y hAe ¥ ¥ Y W
EPMW100312ZER O
EPMW100312ZTR | O O © O O © O O © © O
EPHW100316ZTR
BEATH BEANER RYH -5 T51 ILiEdk ==
y (SKDT, DAC, DHA) (SKD11. SLD. DC11) (FC. FCD) e
# HI 4 @ 42-52HRC @ 55-62HRC & 300HBIU R BE250HBIL T
Materials Hardened die steel Hardened die steel Grey & Nodular cast iron S%ainless stoel
(1.2344, 1.2379) (1.2344, 1.2379) (GG, GGG) Below 250HB
42-52HRC 55-62HRC Below 300HB
F:2 Cat. No. #478 Grades | 168118 | JC8050 |JC7560 | DH102 | JC8118 |JC8050 | JCT560 | DH102 | JC8118 |JCB050 | JC7560 | DH102 | JCB118 | JCBO50 | JC7560 | DH102
EPMT1003:*<ZER | > X X O © O
EPMW100312ZER | O O © ()
EPMW100312ZTR | ® o o O
EPHW100316ZTR © ©
N A « EPMT #% : FL—A1F& with chipbreaker
1 H # 9(—},9633\% (ﬁf,‘jﬁ)‘;‘% + EPMW 5 : FL—%L without chipbreaker
Materials Titanium alloy Inconel « EPHW 7% : 7L—A7%L without chipbreaker
-  EBERN
F:2 Cat. No. 1418 Grades | 08118 | JC8050 | JC7560 | DH102 | JC8118 |JCBO50 | JC7560 | DH102 gétﬁoif ?ood condition Ei%g'htﬁzﬁmﬁgtﬂﬁu
EPMT1003++ZER | O | O | © © OO O —stH x : Ty
EPMW100312ZER o [ ] Moderate condition No good
EPMW100312ZTR @ TREHE
EPHW100316ZTR Unfavorable condition
winls TN Sl mEn 2 4y vzt 8 Definition of corner shape for programming
WSXb A Y —k EPMT/WH, _BUARE SOo5L I—3R | BURHE| BIDELE
EPMT/ W inserts o . Over Cut Corner radius for programming OE/?rrE)ut Réﬂg}ﬁs
(re=R1.2M1%& Corner radius: R1.2) R1.0 0 0.57
— R1
707546 3—IR \2;/ ) R1.5(EZ standard) 0 0.45
Corner radius for programming —
£ Y R2.0 0.04 0.33
. 4]
HIWELE — -~ % R2.5 0.21 0.21
Remains S
W=2.9 R3.0 0.40 0.09
BSEDAA VY —k EPMTH? BUARE JOo50 1—FR | BURHE | BIDELE
EPMT inserts overCut : : (mm) (mm)
_ =.0. . Corner radius for programming|  qver Cut Remains
(re=R2.0M1%& Corner radius: R2.0)
R1.0 0 0.51
F09'54 I—FR %/ o R1.5 0 0.31
Corner radius for programming » // 'Z_ R2.0 (EZK Standard) 0 0.13
- T . 0.12 0.04
HITELE — 5 e
Remains | = R3.0 0.32 0
/ W=24 EPMT100320ZER VI L ZBIHL R TEDEIEEERT 3TN TT.
X EPMT100320ZER type insert is able to reduce remains and lighten the burden imposed on next process.
BEEEMH/\—R40 Y —k EPHWH o — —
EPHW insert for high hardened steel — R o758 a—FR | BUDSE | HIDELE
Corner radius for programming|  qver Cut Remains
R R1.0 0 0.42
00546 3—FR -6 /
Corner radius for programming > % R1.5 (EZ]K Standard) 0 0.33
/' e R2.0 0.01 0.23
LB 1% -~ 3 R2.5 0.17 0.14
Remains | =
W=2.9 N R3.0 0.37 0.05
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Attention for profile milling with EPMT/W-type inserts

SVEVI I Ramping AUAJLINTI Helical interpolation @'V— L)\ ADEHTTE

®Dh Calculation of tool pass dia.
S S ¢dc = pDnh—pDc
] Y LIRE R T8R®
Tool pass dia. Bore dia. Tool dia.
% - [ ~ N7} ~ - =1 ~
8l f?* O — LD DYIAH RS MEAYAH
M ! \ FEApEMAENKSICL T,
B g - ! - / Depth of cut per one circuit should not exceed
mk| 2 \ , max. depth of cut dp.
al H (- .
fﬂ @V —)VI\ZADEEHFEIET IV vh
\ [ B&SREEEDICL TS,
1\ | Down cutting is recommended, so tool pass
d)dc rotation should be counterclockwise.

@5V EYT AUAIVIITEIEYREZIZELHIRHAFRD70%LT  @In case of ramping and helical interpolation, apply 70% or less

THIIULTLEEL, feed speed from standard cutting condition table.
O RUU VI NITEE. BAEIE RE ZAZELNHISKERDS0%LUATT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEE LY, standard cutting condition table.

ORVUU VI NITHFICIE. EBHEULERVWIIVK THRUEZEESHHDF
FTOT. REICIFTFEFRELTLLRESEL,

®| ong consecutive chips may come out in case of drilling, confirm
the safe condition sufficiently.

i SYEVIMT AUAILREBII AT
. TER Eﬁjﬁg‘ggﬁl %%éﬂ%gj =K ES Rsamj(pgma,t:m—k (ap) S

T [Tod| el | | R TRl | | A,

(mm) (mm) M::élzalgglng Total cutting length at Max. dp Dhmin (mm) | Dhmax (mm)
MQX-<016-M8 16 10.2 0.8 1°48' 25.5 22 30
MQX-*017-M8 17 11.2 0.8 1° 36' 28.6 24 32
MQX-+020-M10 20 14.1 0.8 1° 24! 32.7 30 38
MQX-*x021-M10 21 15.1 0.8 1°18' 35.3 32 40
MQX-3025-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
MQX-+028-M12 28 221 0.8 0° 51" 53.9 46 54
MQX->x030-M16 30 241 0.8 0° 48 57.3 50 58
MQX-:032-M16 32 26.1 0.8 0° 42' 65.5 54 62
MQX-*<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
MQX->x042-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 63 571 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

1) ERIAEO1F0.5° U FICTERLEE W (LEEEEZB I BEVEKSITRELIEEW),
Note) The ramping angle 0.5 or less is recommended (please refer to the above table).
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EXDEEPMT/ WH: J5E3SHRr Y — EELIEISRE (1)

Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF + BE—E(EV 15— NvRBAF—IVEBE+>27—I ) MaX and MSN type

e, TE&Z (mm) Tool dia.
% Hll ¥4 =k 16 /17 20 20/21
Work materials | #4%& TEL No. of teeth 2N HEL No. of teeth SN F#L No. of teeth 4N
Grades | £ ap | ae n vi |2 ap | ae n Vi | @ a | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)

| N ~ ~ ~ ~ ~
(85%0,8550) JCT560 70| 0.6 10 | 3,600 | 4,900 70| 0.6 14 12,850 | 5,800 70 | 0.6 14 12,850 | 7,700

BEe00HBLT | (1cg050)| 120 | 0.5 | ~10 3,600 4500 120 | 05 | ~14 2,850 5300| 120 | 05 | ~14 | 2850 | 7,000
(cs0,c55)  |(JC8118)
Below 250HB 160 | 035 | ~10 3,000 4.200| 190 | 035 | ~14 | 2400 4.900| 190 | 035 | ~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

e D ng3050§ 120 | 0.5 | ~10 |3,600|4,500| 120 | 0.5 | ~14|2:850|5300| 120 | 0.5 | ~14 | 2,850 | 7,000
JC8118

i a3t 160 | 0.35 | ~10 | 3,000 | 4200 190 | 0.35 | ~14 | 2.400|4.900| 190 | 0.35 | ~14 | 2,400 | 6,500

TUN=R3E ~70 | 06 | ~10 | 3,600 |4900| ~70 | 06 | ~14 | 2,850 5,800 | ~70 | 0.6 | ~14 | 2,850 7,700

(HPM7, PX5, P20) | Jc8118

S 30-86HRC 1uc7560)| 120 | 0.5 | ~10 3,600 | 4,500 120 | 0.5 | ~14 |2,850 5300 | 120 | 05 | ~14 | 2,850 | 7,000

—

(1.2311,p20)  |(JC8050)
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—RE ~70 | 05 | ~10 | 1,900 | 2,600 | ~70 | 05 | ~14 | 1500 |3,050 | ~70 | 05 | ~14 | 1,500 | 4,050

(NAK80, HPM1, P21)

fE38-43HRC | JCB118 - - -
T aeHRC | Joaose)| 120 | 0.3 | ~10[1,900 | 2400 | 120 | 0.3 | ~14 1,500 2800 120 | 03 | ~14 1500 3700

2iaey 160 | 02 | ~10[1,600/2200| 190 | 02 | ~14 1250|2600 190 | 02 | ~14 | 1,250 | 3,400
GEANSE ~70| 0.4 | ~10|1,400 | 1,400 | ~70 | 0.4 | ~14 |1,100|1,650 | ~70 | 0.4 | ~14 | 1,100 | 2,200

(SKD61, DAC, DHA)

fEc42-52HRC | JC8118 N - -
e e | Joaoay| 120 | 03 | ~101,400 1400| 120 | 0.3 | ~14 /1,100 1,650 | 120 03 | ~14 1,100 2,200

(1.2432{%1:21{%%79) 160 | — - — — 190 | — - - - 190 | — - - -

(SKD11 SLD. DCH) 70 | 0.15 10| 600| 180| ~70 | 0.15 14| 500| 230 ~70 | 0.15 14 | 500 | 300

f@cc55-62HRC | JC8118 _ - -
B I epawe,| 120 01 | ~10| 600| 180| 120 | 01 |~14| 500| 230| 120| 0.1 |~14| 500 300

(1.2344,1.2379)

55-62HRC 160 | — - — — | 190 | — - | = — 190 | — - | = —
Slrratl ~70 | 0.8 | ~103,000|5,000| ~70 | 0.8 | ~14 |2.400 | 6,000 | ~70 | 0.8 | ~14 | 2,400 | 8,000
0BT | Jocne)| 120 0.6 | ~10] 3000|4500 120 | 0.6 | ~14 2400 5400 120| 06 | ~14 2400 7200
By ook 160 | 05 | ~10|2200|3,750| 190 | 0.5 | ~14 |1,750|4,5500| 190 | 0.5 | ~14 | 1,750 | 6,000
WL ~70| 06 | ~10/3,100]4,200| ~70 | 0.6 | ~14 | 2,500 |5,100| ~70 | 06 | ~14 | 2,500 | 6,800

(SUS304) JC8050

@& 250HBLT 120 | 0.5 | ~10 | 3,000 | 4,000 120 | 0.5 ~14 12,400 |4,900| 120 | 0.5 ~14 | 2,400 | 6,500
Stainless steel | /C7560)
o 160 | 0.35 | ~10|3,000 | 4000| 190 | 0.35 | ~14 2,400 | 4900 | 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
FIVER JC7560

(Ti-6Al-4v)  [(JC8118)[ 120 | 0.3 | ~10 | 1,200 960| 120 | 0.3 | ~14| 950 |1,140| 120 | 0.3 | ~14 | 950 1,500

Titanium alloy | (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| 05 | ~14| 500| 600
MG & JC8118

(Inco718) (JC7560)| 120 | 0.3 | ~10| 630| 380| 120 | 03 | ~14 | 500| 450| 120 | 0.3 |~14 | 500| 600

Inconel (JC8050)
160 | 0.2 | ~10| 630 380| 190 | 0.2 | ~14 | 500| 450| 190 | 0.2 | ~14 | 500, 600

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

BERA EDEFREIR
1) LEEDYIEISRM G ERAIMES KD — ISR U TRELES WL,
2) CUUDRELIBE I AHREZE LEEMELVBELUTLREEV. 2V ROEREZ TP TEALEEL,
FERUTAED DEV BRI EZ RV TIEE L,
3) BB HTREDBER . FTVAFREIZEZIL KRSV RICNB LU VIZ T IFTEREE L,
4) I7—JO—(CKUEIKTREDBZTOTREL, BT IAIEMCTOFrETA I TRV TRIB(TERLEE WY,
5) EEUIITHERIWAZPMT100320ZER-PLZA VB — b ZERADIRE. EEEATOTRENS10%~30% T IFTRALIZEET 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 Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
m 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"

AMIYI R EIAS5—=AYE, " MQAXH + BBE—E (Y15 —NvyREBAZF—)VEBEY+>27—/\) M0X and MSN type

e, TE& (mm) Tool dia.
Wl A | =~ 25/26 25/26/28
Work materials | #4%& L No. of teeth 4N H#% No. of teeth 5N
Grades 2 ap ae n Vi 8 ap de n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o o) soreoo 90 0.8 19 | 2300 | 6200 90 0.8 19 | 2,300 7,700
250 HBLT 2J08050; 140 0.6 ~19 | 2300 | 5600 140 | 06 ~19 | 2300 | 7,000
JC8118
2080, 658) 210 04 ~19 | 1900 | 5200 210 | 04 ~19 | 1900 | 6500
(k51 o010 | so7560 90 0.8 19 | 2300 | 6200 90 0.8 19 | 2,300 7,700
Sl BBl EJCBOSO; 140 0.6 ~19 | 2300 | 5600 140 | 06 ~19 | 2300 | 7,000
JC8118
(e Tea) 210 04 | ~19 | 1900 | 5200 | 210 | 04 ~19 | 1900 | 6500
oo | estrs 90 0.8 19 | 2300 | 6200 90 038 19 | 2,300 7,700
e 30-86HRC ((JC7560)) 140 0.6 ~19 | 2300 | 5600 140 | 06 ~19 | 2300 | 7,000
JC8050
(1,211, £20) 210 04 | ~19 | 1900 | 5200 | 210 | 04 ~19 | 1900 | 6500
TUN\—RE o ~ ~ A
(Qé‘@%g”ﬁ%"h 1l 90 0.6 19 1,200 | 3,250 90 0.6 19 | 1,200 4,050
Vol el |(icaos0)| 140 0.4 ~19 1,200 | 3,000 140 04 ~19 | 1,200 3,700
Legininel 210 03 ~19 | 1,000 | 2700 210 | 03 ~19 | 1000 | 3400
AN ~ ~ ~ ~
‘%5992'2[)5“2‘3;.%'*5‘) o 90 0.4 19 900 | 1,800 90 0.4 19 900 2,250
H(?;S-SHZE’ G e Ucanso) 140 0.3 ~19 900 | 1,800 140 03 ~19 900 2,250
"42-52HRC 210 - - - - 210 - - - -
AN ~ ~ ~ ~
(%QQJQBS%,B Bow| 90 0.15 19 400 240 90 0.15 19 400 300
7?’?522"1‘“53?8)9' EPMwe| 140 0.1 ~19 400 240 140 0.1 ~19 400 300
"55-62HRC 210 = — = — 210 _ _ — —
19@“‘%’»37%3)“/%& ~90 0.8 ~19 1,900 6,400 ~90 0.8 ~19 1,900 8,000
FE300HBLLT | JCB118 ~ ~
B | case0)| 140 0.6 19 1,900 | 5,800 140 06 19 | 1,900 7,200
256, G6G) 210 05 ~19 | 1600 | 4800 210 | 05 ~19 | 1600 | 6,000
z(;yux)ﬁm ~90 0.8 ~19 | 2000 | 5450 ~90 08 ~19 | 2,000 6,800
SUS304
B 250HBLLIT (jgﬁggg) 140 0.6 ~19 | 2,000 | 5,200 140 0.6 ~19 | 2,000 6,500
Stainless steel
Below 250HB 210 035 | ~19 1,900 | 4,950 210 0.35 ~19 | 1,900 6,200
~90 0.5 ~19 750 | 1,200 ~90 05 ~19 750 1,500
FYVEE JC7560
(Ti-6AI-4V) §J08118; 140 03 ~19 750 | 1,200 140 03 ~19 750 1,500
Titani Il JC8050
ranum ety 210 0.2 ~19 750 | 1200 20 | 02 ~19 750 | 1500
~90 0.5 ~19 400 480 | ~90 05 ~19 400 600
f#as | JC8i18
(NCcO718)  |WC7560)| 140 0.3 ~19 400 480 140 03 ~19 400 600
Inconel (JC8050)
210 0.2 ~19 400 480 210 0.2 ~19 400 600

R:RHURE, ap: 8iAMOYNAHRSE, 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 LEDOFREIR

1) EEEDYIEISRM I ERAIMES LD —IBIIECIRC TRELES WL,

2) UUWNREUSE1F VHAFHFRS Z LEEMELN BEUTKEEV. 5V EOEEEZ TIFTERLEE L,
FERUAZD DXV B EZ RV TS W,

3) BB HTREDBER. FTVAFREIZEZIL KRSV RICNB XU VIZ T IFTEREE L,

4) I7—J7O0—([CKUNIKTREDEBZIT>TREV, BT IEMCTOFrETAIII TRV TRIEB(TERLLEE WY,

5) EEUIITHEEIWAZPMT100320ZER-PLA VY — b ZERA DR, LAY OTRENS10%~30% TIFTRALEET 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 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.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF + BE—E(EV 15— NvRBAF—IVEBE+>27—I ) MaX and MSN type

e, TEf& (mm) Tool dia.
wEl A | —k 30/32/35 32/35
Work materials | #4%& F# No. of teeth 5N X% No. of teeth 6N
Grades £ ap de n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
] ~ ~ ~ ~
i o) | sorseo 100 0.8 %5 | 1,900 | 6,350 100 0.8 25 | 1,900 | 7,600
MEES0HBLIT EJCSOSO; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 15800 | 7,200
JC8118
2 L050,058) 210 | 04 ~25 | 1500 | 5,000 210 | 04 ~25 | 1500 | 6,000
kb1, | 107560 100 0.8 25 | 1,900 | 6,350 100 0.8 25 | 1,900 | 7,600
B §J08050; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
JC8118
et iPeni) 20 | 04 | ~25 | 1500 | 5000 | 210 | 04 ~25 | 1500 | 6,000
oo | e | 100 0.8 25 | 1900 | 6,350 100 0.8 25 | 1,900 | 7,600
e 30-86HRC EJC?SGO; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
JC8050
(1,231, £20) 210 | 04 | ~25 | 1500 | 5000 | 210 | 04 ~25 | 1500 | 6,000
TUN—F>H ~ - ~ =
T - 100 0.6 25 950 | 3,200 100 0.6 25 950 | 3,800
oS | icaae| 150 0.4 ~25 950 | 3,200 150 0.4 ~25 950 | 3,800
gl 210 | 03 ~25 800 | 2,650 210 | 03 ~25 800 | 3.200
1 A3 ~ ~ ~ ~
bR | 100 0.4 25 700 | 1,750 100 0.4 25 700 | 2,100
F{‘?;S-SZ%E’F?;}S?' ooy 150 0.3 ~25 700 | 1,750 150 0.3 ~25 700 | 2100
"42-52HRC 210 - - - - 210 - - - -
5 AT ~ ~ -~ ~
sl 100 0.15 25 300 250 100 0.15 25 300 300
'}?@SRZ"F‘S;%S?' o 150 0.1 ~25 300 250 150 0.1 ~25 300 300
“S5-6211RC 20 | - | - - | -] - -1 -] -
A ey T ~100 1 ~25 | 1500 | 6250 | ~100 1 ~25 | 1500 | 7,500
FEe300HBLLT | JC8118 ~ ~
B [coage)| 150 0.8 25 | 1500 | 5,750 150 0.8 25 | 1500 | 6,900
556G, G6G) 20 | 06 | ~25 | 1250 | 4850 | 210 | 06 ~25 | 1250 | 5800
Rz ~100 0.8 ~25 | 1700 | 5700 | ~100 0.8 ~25 | 1700 | 6,800
SUS304
B 20HBLLT Dol 150 | 068 | ~25 | 1600 | 5350 150 | 06 ~25 | 1600 | 6400
ainiess stee
Below 250HB 210 035 | ~25 | 1500 | 5,000 210 035 | ~25 | 1500 | 6,000
~100 0.5 ~25 600 | 1,250 | ~100 05 ~25 600 | 1,500
FYVEE JC7560
(T-6AI-4V) chans; 150 0.3 ~25 600 | 1,250 150 0.3 ~25 600 | 1,500
Titani Il JC8050
renum ety 20 | 02 | ~25 600 | 1250 210 | 02 ~25 600 | 1,500
~100 0.5 ~25 300 500 | ~100 0.5 ~25 300 580
Mmas | Jo8118
(Nco78)  |(c7se0)| 150 0.3 ~25 300 500 150 0.3 ~25 300 580
Inconel (JC8050)
210 0.2 ~25 300 500 210 0.2 ~25 300 580

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

BERA EDEFREIR
1) LEEDYIEISRM G ERAIMES KD — ISR U TRELES WL,
2) CUUDRELIBE I AHREZE LEEMELVBELUTLREEV. 2V ROEREZ TP TEALEEL,
FERUTAED DEV BRI EZ RV TIEE L,
3) BB HTREDBER . FTVAFREIZEZIL KRSV RICNB LU VIZ T IFTEREE L,
4) I7—JO—(CKUEIKTREDBZTOTREL, BT IAIEMCTOFrETA I TRV TRIB(TERLEE WY,
5) EEUIITHERIWAZPMT100320ZER-PLZA VB — b ZERADIRE. EEEATOTRENS10%~30% T IFTRALIZEET 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 Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"

AMIYI R EIAS5—=AYE, " MQAXH + BBE—E (Y15 —NvyREBAZF—)VEBEY+>27—/\) M0X and MSN type

e, TE& (mm) Tool dia.
% Bl #4 H—k 40/42 40
Work materials | #4%& H# No. of teeth 6N FE No. of teeth 7N
Grades £ ap ae n Vi 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
&2 o) | sorsoo 100 0.8 32 | 1500 | 6,300 100 0.8 32 | 1500 | 7,500
250 HBLT EJcsosog 150 0.6 ~32 | 1400 | 5900 150 0.6 ~32 | 1400 | 7,000
JC8118
2050, 658) 210 | 04 ~32 | 1200 | 5,000 210 | 04 ~32 | 1200 | 6,000
kb1, | 17560 100 0.8 32 | 1500 | 6,300 100 0.8 32 | 1500 | 7,500
Sl BBl chsoso; 150 0.6 ~32 | 1,400 | 5900 150 | 06 ~32 | 1,400 | 7,000
JC8118
(e TPa) 20 | 04 | ~32 | 1200 | 5000 | 210 | 04 ~32 | 1200 | 6,000
oo | e | 100 0.8 32 | 1500 | 6,300 100 0.8 32 | 1500 | 7,500
e 30-86HRC ((JC7560)) 150 0.6 ~32 | 1400 | 5900 150 0.6 ~32 | 1400 | 7,000
JC8050
(1,231, £20) 210 | 04 | ~32 | 1200 | 5000 210 | 04 ~32 | 1200 | 6000
TUN—RE R ~ = A
T . 100 0.6 32 750 | 3,000 100 0.6 32 750 | 3,500
Moo C | Jceosy| 150 0.4 ~32 750 | 3,000 150 0.4 ~32 750 | 3,500
Leginiel 210 | 03 ~32 620 | 2500 210 | 03 ~32 620 | 2900
5 AT ~ - ~ —~
R 100 0.4 32 550 | 1,650 100 0.4 32 550 | 1,900
13;3-3232’ e | ca050) 150 0.3 ~32 550 | 1,650 150 0.3 ~32 550 | 1,900
"42-52HRC 210 - - - - 210 - - - -
% AT ~ - ~ -
sl o 100 0.15 32 250 240 100 0.15 32 250 280
F{?@SZ&"{“&S}S?' oo 150 0.1 ~32 250 240 150 0.1 ~32 250 280
Se-o2tiRC 20 | - - = - 210 | = = | =
T ey Tt ~100 1 ~32 | 1200 | 6150 | ~100 1 ~32 | 1200 | 7,200
FE300HBLLT | JCB118 ~ ~
BT [(crsee| 150 0.8 32 | 1200 | 5,650 150 0.8 32 | 1200 | 6,600
o156, 666) 210 | 06 ~32 | 1000 | 4700 210 | 06 ~32 | 1000 | 5500
Rz ~100 0.8 ~32 | 1350 | 5850 | ~100 0.8 ~32 | 1350 | 6,800
SUS304
B 250HBLLT (jgﬁggg) 150 0.6 ~32 | 1300 | 5550 150 0.6 ~32 | 1300 | 6500
Stainless steel
Below 250HB 210 035 | ~32 | 1200 | 5150 210 035 | ~32 | 1200 | 6,000
covme | sorsee | 100 0.5 ~32 480 | 1150 | ~100 05 ~32 480 | 1,350
e
(Ti-6A4V) EJCSHB; 150 0.3 ~32 480 | 1,150 150 0.3 ~32 480 | 1,350
Titani Il JC8050
renum ety 210 | 02 ~32 480 | 1150 210 | 02 ~32 480 | 1350
~100 0.5 ~32 250 450 | ~100 05 ~32 250 520
Mmas | Jo8118
(INCO718)  |(JC7560)] 150 0.3 ~32 250 450 150 0.3 ~32 250 520
Inconel (JC8050)
210 0.2 ~32 250 450 210 0.2 ~32 250 520

R:RHURE, ap: 8iAMOYNAHRSE, 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 LEDOFREIR

1) EEEDYIEISRM I ERAIMES LD —IBIIECIRC TRELES WL,

2) UUWNREUSE1F VHAFHFRS Z LEEMELN BEUTKEEV. 5V EOEEEZ TIFTERLEE L,
FERUAZD DXV B EZ RV TS W,

3) BB HTREDBER. FTVAFREIZEZIL KRSV RICNB XU VIZ T IFTEREE L,

4) I7—J7O0—([CKUNIKTREDEBZIT>TREV, BT IEMCTOFrETAIII TRV TRIEB(TERLLEE WY,

5) EEUIITHEEIWAZPMT100320ZER-PLA VY — b ZERA DR, LAY OTRENS10%~30% TIFTRALEET 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 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.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFIALTITSA A/ QXPH: QXP type (facemill type)

e, TE (mm) Tool dia.
m 72 &
wHlH | o | RELES 40
Work materials | #4%8 | overhung F# No. of teeth 6N A No. of teeth 7N
% V
Grades | length £ =) () (mm/min) ) ) (i) (mm/min)
B ;T“xcﬁéim 0 ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
590G, 5550)__ | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
S 250HBEIT | (Jcs050)| 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(cs0,c55) | (C8M8) [ 300 - — - — - - — -
Below 250HB 350 - — — — — — — —
( TER ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
SKD61, SKD11) | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
RECZOSHBIAT | (Jc8050) [ 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(12344, 1.0379) | (JC8118) 300 - - = — = - — —
Below 255HB 350 — — = — = = — _
(7U/\—I<“J§lﬂ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
HPM7, PX5, P20) | JCc8118 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
B 30-8BHRC \(jc7560) 250 05 ~32 1,000 4,800 0.5 ~32 1,000 5,600
(12311, P20) | (JC8050) 300 — _ — — - = — >
30-36HRC 350 - - - . - - - —
( ZU\— Hyﬁm) ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
NAK8Q, HPM1, P21 200 0.4 ~32 640 2,650 0.4 ~32 640 3,100
B reoTiC | Joonaey 50 03 ~32 600 2,500 03 ~32 600 2,900
(1.2311, P21) 300 — = — — — — — =
38-43HRC 350 - . - - - - - -
( 16 A8 ) ~150 0.4 ~32 520 1,550 0.4 ~32 520 1,800
SKD61, DAC, DHA ~ ~
1842-52HRC | JCB118 | oos 02 32 520 1,550 02 32 520 1.800
Hardened die steel |(JC8050)
(1.2344,1.2379) 300 - — - - - - - -
42-52HRC 350 - - - . - - - .
( 16 AN ) ~150 0.15 ~32 240 230 0.15 ~32 240 270
SKD11, SLD, DC11 200 A ~32 ] ~39
#55-62HRC | JC8118 |0 0.1 e 220 210 01 3 220 250
Hardened die steel | EPMW#z
(1.2344,1.2379) 300 - — - - - - = —
55-62HRC 350 - - - . - - - —
133"‘31(9"7@»{)}[}%&% ~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
@300HBLLT | JCB118 ~ , , ~ , ,
GreﬁNoduIarcastiron (JC7560) 3(5)8 O'E _32 9_00 5,400 O'E _32 9_00 6,300
Below 300HB 350 - - - _ - - — —
— ~150 0.6 ~32 1,200 5,400 0.6 ~32 1,200 6,300
27U : , , ,
éusgm)ﬂﬂ e 200 0.4 ~32 1,100 4,950 0.4 ~32 1,100 5,800
BE2B0HBILT | \ecoy 250 03 ~32 1,000 4,450 0.3 ~32 1,000 5,200
Stainless steel 300 = = = — = = — —
Below 250HB 350 - - — B = — — —
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
FovAEE | JC7560 200 0.4 ~32 440 1,050 0.4 ~32 440 1,230
(Ti-6AI-4V)  |(JC8118) 250 03 ~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
fii#as | JC8118 200 0.4 ~32 200 360 0.4 ~32 200 420
(INCO718)  [(JC7560) 250 0.3 ~32 200 360 03 ~32 200 420
Inconel (JC8050) 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

WER LDFEEIR

1) EECOLIBISRME. BREIES KUD— TR B U TR EE L,

2) VUWHRELEEE. IAFRS 2 LEHBESVBEL TSN 2V EEEEEZ FHTEA IS L,
FER2U I WS DEUBIEFEZ BV TR W,

3) BHBNHTROBEE. FTMAFRIZZLTRTVORICNBLVVIZ T TERLIZE W,

4) I7—JO—(CKUEIKTREDBZTOTREL, BT IAIEMCTOFrETA I TRV TRIB(TERLEE WY,

5) BXUMTITRHAIVAZPMT100320ZER-PLIEA V8 — b ZERDIRE. EEEAIOTRENS510%~30% FIFTERALEE 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 Spindle speed
and keep feed per tooth.

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

4) Use air blow.
@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFIALTITSA R/ QXPH: QXP type (facemill type)

e, TEZ (mm) Tool dia.
WA | ok |[REURS 50
£ (mm)
Work materials | #4%& | overhung F# No. of teeth 7N F# No. of teeth 8N
%
Grades |  length oo 5 () (mm/min) ) ) () (mm/min)
s Fﬁcisﬁlﬂ ) ~150 1 ~40 1,000 6,300 ~40 1,000 7,200
590G, 55G)__ | JC7560 200 0.8 ~40 1,000 5,950 08 ~40 1,000 6,800
S250HBET | (Jcs0s0)| 250 06 ~40 900 5,350 06 ~40 900 6.100
(c50,c55)  |(JC8118) 300 0.5 ~A40 800 4,750 0.5 ~40 800 5,450
Below 250HB 350 04 ~40 800 4,750 0.4 ~40 800 5,450
( TES ) ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
SKD61, SKD11) | JC7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
RECZOSHBIAT | (Jos0s0) [ 250 06 ~40 900 5,350 06 ~40 900 6.100
(1.2344, 1.0379) |(JCB118) 300 05 ~40 800 4,750 05 ~40 800 5,450
Below 255HB 350 04 ~40 800 4,750 0.4 ~40 800 5,450
(7’U}\—|<‘y§|ﬂ) ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
HPM7, PX5, P20) | JC8118 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
B 30-36HRC | (jo7560)| 250 06 ~40 900 5,350 0.6 ~40 900 6.100
(12311, p20)  |(JC8050) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
30-36HRC 350 04 ~40 800 4,750 0.4 ~40 800 5,450
( FUN\— Hyﬁﬁ]) ~150 0.8 ~40 540 2,600 0.8 ~40 540 3,000
NAK80, HPM1, P21 200 06 ~40 540 2,600 0.6 ~40 540 3,000
fEE 38-43HRC | JC8118 250 0.4 ~40 510 2.500 0.4 ~40 510 2.850
Mold steel (JC8050)
(1.2311, P21) 300 03 ~40 480 2,350 0.3 ~40 480 2,700
38-43HRC 350 03 ~40 480 2,000 0.3 ~40 480 2,300
( BEAASE ) ~150 0.6 ~40 400 1,400 0.6 ~40 400 1,600
SKD61, DAC, DHA 200 04 ~40 400 1,400 0.4 ~40 400 1,600
fEet42-52HRC | JC8118 = ' —~ :
Hardened die steel | (1G8050) 250 0.2 40 400 1,400 0.2 40 400 1,600
(1.2344,1.2379) 300 - - - - - - - -
42-52HRC 350 — - - — - - — —
( BN ) ~150 0.15 ~40 190 210 0.15 ~40 190 240
SKD11, SLD, DC11 200 0.15 ~40 170 190 0.15 ~40 170 220
fEcc55-62HRC | JC8118 - —
Hardened dlstes] | EPM 250 0.1 40 170 190 0.1 40 170 220
(1.2344,1.2379) 300 - - - - - - - -
55-62HRC 350 - - — - - - - _
n-gﬁaj(-g“ﬁy»f;bﬁﬁ ~150 1 ~40 900 7,500 1 ~40 900 8,600
FC.FCD) 200 0.8 ~40 900 6,300 0.8 ~40 900 7,200
BEX300HBIXT | JOBTIS 250 06 ~40 850 5.950 06 ~40 850 6.800
Grey & Nodular castiron |(JC7560)
(GG, GGG) 300 05 ~40 800 5,600 0.5 ~40 800 6,400
Below 300HB 350 04 ~40 800 5,600 0.4 ~40 800 6,400
—. ~150 0.8 ~40 950 5,600 0.8 ~40 950 6,400
2F VLA : :
(50S308) [ 200 06 ~40 950 5,000 0.6 ~40 950 5,700
REE2B0HBILT |\ 7oeo) 250 04 ~40 900 4,700 0.4 ~40 900 5,400
Stainless steel 300 0.3 ~40 900 4,700 0.3 ~40 900 5,400
Bolowi250HB 350 0.3 ~40 850 4,450 0.3 ~40 850 5,100
~150 0.8 ~40 380 1,050 0.8 ~40 380 1,220
FyvasE | JC7560 200 0.6 ~40 380 1,050 0.6 ~40 380 1,220
(Ti-6AI-4V)  |(JC8118) 250 04 ~40 350 980 0.4 ~40 350 1,120
Titanium alloy | (JC8050) 300 0.3 ~40 350 980 0.3 ~40 350 1,120
350 0.3 ~40 320 890 0.3 ~40 320 1,020
~150 0.8 ~40 190 390 0.8 ~40 190 450
it#mas | Jcs11s 200 0.6 ~40 190 390 0.6 ~40 190 450
(INCO718)  |(JCT7560) 250 04 ~40 160 330 0.4 ~40 160 380
Inconel (JC8050) 300 0.3 ~40 160 330 0.3 ~40 160 380
350 0.3 ~40 130 270 0.3 ~40 130 310

R:RHURE, ap: 8iAMOYNAHRSE, 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 LEDOFREIR

1) LEEDLIBISRAE EREIES LU —IBIECHUTRELEE L,

2) UUWNREUSE1F VHAFHFRS Z LEEMELN BEUTKEEV. 5V EOEEEZ TIFTERLEE L,
FERUAZD DXV B EZ RV TS W,

3) BB HTREDBER. FTVAFREIZEZIL KRSV RICNB XU VIZ T IFTEREE L,

4) I7—J7O0—([CKUNIKTREDEBZIT>TREV, BT IEMCTOFrETAIII TRV TRIEB(TERLLEE WY,

5) BXUMITREHAIWAZPMT100320ZER-PLIEA 8 — b ZERDIRE. EEEATOTRENS510%~30% FIFTHERLEET 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 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.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFPILTITSA A/ QXPH: QXP type (facemill type)

~ I=p=4 p
5 1Y |hLE T B2 (mm) Tool dia.
WHEI M |[P—b| 2mm 63 / 66
Work materials | #4F& | Overhung F# No. of teeth 8N
Grades length ap de n Vi
(mm) (mm) (min-) (mm/min)
( il ) ~200 1 ~50 800 5,750
S50C, 555C)__ | JG7560 250 08 ~50 800 5,450
S 250HBECT | (Jcs0s0)| 300 06 ~50 720 4,900
(c50,c55) | (JC8118) 350 05 ~50 640 4,350
Below 250HB 400 0.4 ~50 640 4,350
( TEH ) ~200 1 ~50 800 5,750
SKD61, SKD11) | JC7560 250 0.8 ~50 800 5,450
ESZOSHBELT | (ucs0s0) [ 300 06 ~50 720 4,900
(1.2344, 1.0379) |(JC8118) 350 05 ~50 640 4,350
Below 255HB 400 0.4 ~50 640 4,350
(7 JJ\— I\“yﬁﬂ) ~200 1 ~50 800 5,750
HPM7, PX5, P20) | Jc8118 250 08 ~50 800 5,450
S 30-36HRC |(Jc7560) 300 06 ~50 720 4,900
(12311, P20) | (JC8050) 350 0.5 ~50 640 4,350
30-36HRC 400 0.4 ~50 640 4,350
( TUN—R5E ) ~200 0.8 ~50 430 2,400
NAK80, HPM, P21 2 . ~
R 38-43HRC | JC8118 388 8?1 Ngg ﬁg 3‘3‘88
Mold steel (JC8050) e 2
(1.2311, P21) 350 0.3 ~50 370 2,100
38-43HRC 400 0.3 ~50 370 1,800
( AN | ~200 06 ~50 320 1,300
SKD61, DAC, DHA ~
OGN | g [ 20 |04 [0 | a0 [ raw
Hardened die steel |(JC8050) : ,
(1.2344,1.2379) 350 — — — _
42-52HRC 400 — — — —
( EAN | ~200 0.15 ~50 150 190
SKD11, SLD, DC11 250 E ~
REr55-62HRC | JCB118 - 8 15 Ngg }gg ];8
Hardened die steel | EPMW#z -
(1.2344,1.2379) 350 — = — _
55-62HRC 400 — — — _
133"37«('9"7’,\7»{)}1,&5&% ~200 1 ~50 720 6,900
FC, FCD 2 _ -
e e
Grey & Nodular castiron |(JC7560) : :
(GG, GGG) 350 05 ~50 640 5,100
Below 300HB 400 0.4 ~50 640 5,100
—- ~200 08 ~50 750 5,050
2FUUZAS ,
(73-Lj3304)§m 18050 250 0.6 ~50 750 4,500
BEE250HBIXT |y 70c0) 300 0.4 ~50 710 4,250
Stainless steel 350 03 ~50 710 4,250
BeloniasOiiB 400 0.3 ~50 670 4,000
~200 0.8 ~50 300 960
FyUESE | JC7560 250 0.6 ~50 300 960
(Ti-6AI-4v) | (JC8118) 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
MHASSE Jcs118 250 06 ~50 150 350
(INCO718) (JC7560) 300 0.4 ~50 130 310
Inconel (JC8050) 350 0.3 ~50 130 310
400 0.3 ~50 100 240

R RHULRE, ap: 8iAMOYTIAHRSE, Ge: FEAMDYNAHRE, 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 EDEFREIR
1) LEEDYIEISRM G ERAIMES KD — ISR U TRELES WL,
2) CUUDRELIBE I AHREZE LEEMELVBELUTLREEV. 2V ROEREZ TP TEALEEL,
FERUTAED DEV BRI EZ RV TIEE L,
3) BB HTREDBER . FTVAFREIZEZIL KRSV RICNB LU VIZ T IFTEREE L,
4) I7—JO—(CKUEIKTREDBZTOTREL, BT IAIEMCTOFrETA I TRV TRIB(TERLEE WY,
5) EEUIITHERIWAZPMT100320ZER-PLZA VB — b ZERADIRE. EEEATOTRENS10%~30% T IFTRALIZEET 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 Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
m 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPHW-type inserts"
QAMTYI R EIAS5=AYF MQAXH + BE—&(EY15—~"NvyRBAF—)VEBEI+>27—I/\) MaXand MSN type

// DIJET

(2]

AV TE&Z(mm) Tool dia.
wWEIsM | U=k 16 /17 20 20/ 21
Work materials | #47& X No.of teeth 2N XL No. of teeth 3N F# No. of teeth 4N
Grades o | e 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)
(SKD%%Q?MDHA) ~70| 0.30 | ~10 | 1,790 | 2,860 | ~80 | 0.30 | ~14 | 1,430 |3,430 | ~80 | 0.30 | ~14 | 1,430 | 4,570
fEC42-52MMC | ycs118 | 100 | 0.25 | ~10 | 1,610 2,060 | 120 | 025 | ~14 1,290 | 2,480 | 120 | 0.25 | ~14 | 1,290 | 3,300
(12344, 1.2679) 130 | 0.20 | ~10[1.430] 1,370 160 | 020 | ~14 | 1,140 | 1,640| 160 | 0.20 | ~14 | 1,140 | 2,190
(smﬁ%ﬁﬁ%cm ~70 | 0.20 | ~10 [ 1,590 | 950| ~80 | 0.20 | ~14 [1,270 | 1,140 | ~80 | 0.20 | ~14 | 1,270 | 1,520
Egj’nﬁaﬁdﬁgﬁ‘eﬁ DH102 | 100 | 0.15 | ~10 | 1,430 | 770| 120 | 0.15 | ~14 [ 1,140| 920| 120 | 0.15 | ~14 | 1,140 | 1,230
i 130 | 0.10 | ~10 [ 1,270 610| 160 | 0.10 | ~14 [1,020| 730| 160 | 0.10 | ~14 | 1,020 980
A TEZE(mm) Tool dia.
1 Ell A H—k 25/26 25/26/28
Work materials | $47& H# No.ofteeth 4N F# No.of teeth BN
Grades ap de n Vi ap ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)
BEANE ~ ~ ~ -
(%P\?JQD?E?H%H@) 100| 0.30 | ~18 | 1,150 | 3,680 | ~100| 0.30 | ~18 | 1,150 | 4,600
fecic SEHAC | ucst18 | 150 0.25 | ~18 | 1,040 | 2,660 | 150| 0.25 | ~18 | 1,040 | 3,330
(12344, 1.2879) 200 020 | ~18| 92011770 200| 0.20 | ~18 | 9202210
AN ~ ~ ~ ~
(SKDTT LD Do) 100| 0.20 | ~18 |1,020 | 1,220 [~100| 0.20 | ~18 | 1,020 | 1,530
fECo0-B2HAC | DH102 | 150| 0.15 | ~18 | 920| 990| 150| 0.15 | ~18 | 920 1,240
g 200| 010 | ~18 | 820| 790| 200| 0.10 | ~18 | 820| 980
0 BELES, ap: MAPOYSAHES, de: LRFEONAXRS, n: TEEGERRE, Vi %iEE

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

W{EA LOFEEIR

1) EECOUIBISEME. BARAIES KUD— TN TRELEE W,
2) CCWHBREUIGE ABAHRS Z LEHELVBERSLTLREV. HBVNVFEVREZ FFTERES L.
3) BHMEBNTEDGSE. FTVPAHFRSEZLTLREEVRICNB KV VIZFFTERLEE L,
4) I7—=7O— KWWK TREMEBZTH>OTRE W, FIC IEMCTOFvETA NI TR FTRBISERLEE 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 "EPHW-type inserts"

QAMTYI R EVaS5—AYE MQAXH + BE—E(EY 15— NYyRAA—IVEBEYv>27—I\) MaX and MSN type

e, TE&Z(mm) Tool dia.
# Bl # HY—hk 30/32/35 32/35
Work materials | #47& F% No. ofteeth 5N F% No. ofteeth 6N
Grades 4 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANEH ~130 | 0.30 ~24 900 3600 | ~130 | 0.30 ~24 900 4,320
S
e icnchiC | ucsis 190 0.25 ~24 810 2,590 190 0.25 ~24 810 3,110
(12344, 1.2379) 250 | 020 | ~24 | 720 | 1730 250 | 020 | ~24 | 720 | 2,070
BEAN ~130 0.20 ~24 800 1,200 | ~130 0.20 ~24 800 1,440
P
pRe oo 0eni S | DH102 190 0.15 ~24 720 970 190 0.15 ~24 720 1,160
fE bt 250 | 010 | ~24 | 640 770 250 | 040 | ~24 | 640 920
A TE&(mm) Tool dia.
# Bl #4 H—k 40/42 40
Work materials | $47& X% No. ofteeth BN X% No.ofteeth 7N
Grades £ ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANGE ~130 0.30 ~32 720 3,460 | ~130 0.30 ~32 720 4,030
F
R coeHiC 1 yost1s 190 0.25 ~32 650 2,500 190 0.25 ~32 650 2,910
(12344, 1.2679) 250 | 020 | ~32 | 580 | 1670 250 | 020 | ~32 | 580 | 1,950
BEANSE ~130 0.20 ~32 640 1,150 | ~130 0.20 ~32 640 1,340
iy
o0 0eHHC 1 pH1o2 190 0.15 ~32 580 940 190 0.15 ~32 580 1,100
LT 250 | 040 | ~32 | 510 740 250 | 040 | ~32 | 510 860

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

W{ERALOFEEIR

1) LEEDUIRISRAE. BRANES KT D —IBIMEICRU THERBLIZE N,

2) CUCUDRELSEIF AHAFREZ MBS BESLTLREEV. HBVNFEIEEZ TIFTEALEE L,

3) ERENARRDHEE FTVPAHFREIZZLLTLEEVRICNB LT VIZETIFTERLLIEE L,

4) I7 =7 0— LK TREFBZITOTLEE WV, FHT IITFMCTOF v ET NI T TREIV FTRRISERLSZE 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 "EPHW-type inserts"
QMY Y IR RFIALTITSA R/ QXPH: QXP type (facemill type)

A4 TE& (mm) Tool dia.
# Hl ¥ H—k 40
Work materials | #4%& X No. of teeth BN X# No. of teeth 7N
Grades £ ap ae n Vi ap e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
" ﬁ)\ﬂbﬁﬁ ) ~100 0.30 ~32 720 3,460 0.30 ~32 720 4,030
oAb BoHIe 150 | 025 ~32 650 2500 0.25 ~32 650 2,910
Hardened die steel JC8118 ~ ~
(1.2344. 1.0379) 200 0.20 32 580 1,670 0.20 32 580 1,950
42-52HRC 250 0.10 ~32 580 1,670 0.10 ~32 580 1,950
IREANG ~100 0.20 ~32 640 1,150 0.20 ~32 640 1,340
el | 190 | 05 ~32 580 %0 | o015 ~32 580 1,100
Hardened die steel N ~
(1.2344. 1.379) 200 0.10 32 510 740 0.10 32 510 860
55-62HRC 250 = = = - - - — -
=% TE% (mm) Tool dia.
# Hl 3 H—k 50 50/52
Work materials | #4%& FEL No. of teeth 7N FEL No. of teeth 8N
Grades 8 ap ae n Vi ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
(SK[')%ADQIMDHA) ~150 0.30 ~40 570 3,190 0.30 ~40 570 3,650
& 42-52HRC | 011 200 0.25 ~40 510 2,280 0.25 ~40 510 2,610
ngggdf'g;;g;" 250 0.20 ~40 460 1,550 0.20 ~40 460 1,770
42-52HRC 300 0.10 ~40 460 1,550 0.10 ~40 460 1,770
IRANS ~150 0.20 ~40 510 1,070 0.20 ~40 510 1,220
‘Eg%gigd%ggg) i | 200 | 05 ~40 460 870 015 ~40 460 990
ardened die stee ~ A
(1.0344. 1.0379) 250 0.10 40 410 690 0.10 40 410 790
55-62HRC 300 = = = = - - - -
A TE& (mm) Tool dia.
#WHEl M | P—b 63 /66
Work materials | #4F& H# No. of teeth 8N
Grades (m%]) ) ) (i) (mm\{r;in)
(SKD%ADK?MDHA) ~200 0.30 ~50 450 2,880
D_F 0} 2 2 ~ 41 2.1
ﬁ;ﬁfﬁfﬁeﬁ? e sgg 822 ~28 368 17323
1.2344,1.2379 . !
42-52HRC 350 0.10 ~50 360 1,380
(SKD?E)EE%DCH) ~200 0.20 ~50 400 960
567 2 1 ~ 7
et | ™' a0 T o0 |~ a0 | o
(1.2344,1.2379) -
55-62HRC 350 = = = —

2 RHELRS, ap: MARDYHAALRE, Ge: FREAMOYNAAES, 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 EDOFEEIR
1) LEEDLIHISES . ERRAIMES KO — IR U TRELIEE L,

2) UUWHRELUIBEF ANAHFS Z LEEBIEXLBHEUTREV., 2 VFEVREZ T IFTERLEE L,

3) WHENABDBE (& FTUHAHFREZEELUTLKREE WV RICNB KO VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZT>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 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 "ZPMT = -PL/NL/SL-type inserts"
QAMTYIRAEI2S—-ANYE MAXH + BE—E(EI 15— NvRREF—IVEBEY v I 7 —I\)

New generation high feed mill

MaX and MSN type

/G | v TE&Z(mm) Tool dia.
25 141 b’f_/l\ H—k 16 /17 20 20/ 21
Work materials Applicable MiE F# No.ofteeth 2N H#4 No.ofteeth 3N F# No.of teeth 4N
inserts | Grades (mgm) (o) |G| (i) (mm\frfnin) (m€n) o) |G| iy (mm\ﬁwin) (o) |2Ee ] ) (mm\{r];lin)
gsfbﬁc%sﬁﬁs@ Jcaos0 | ~80 | =5.0<12.83,180 950 |~100| <5.0 |<16.0/ 2,550 | 1,150 | =5.0 =16.0| 2,550 1530
BEC2S0HBUT | piyg (J(g%s) 120 | 3.0 <6.4 (2,860 | 770| 150| =3.0 =8.0 /2,300 930|=3.0|=8.0| 2300 1,240
Bt S0E 160 | <2.0 =32|2540 610| 190 <2.0 <40 2040  730|=20|=<40 2040 980
e ~80 | =5.0 <12.8/ 2,980 | 890 |~100| <5.0 |<16.0| 2,390 | 1,080 | =5.0 |<16.0/ 2,390 | 1,430
3 > .| JC8050
BEEONOT | P |(ca11g| 120 | 3.0 <6.4 2680 720| 150| <30 <8.0 2,150 870|=<3.0 <8.0 2,150 1,160
e 160 | <2.0 | =32/2380 570| 190 =<2.0|=40/1910| 690|=20|=<40|1910| 920
s raes | ~80 | =5.0|<12.8/ 2,980 | 890 |~100| =5.0 | =16.0/ 2,390 | 1,080 | =5.0 =16.0] 2,390 1,430
&30-36HRC . | JC8118
< 30-36H PUY |(jcaos)| 120 | =3.0| <6.4| 2,680 720| 150 3.0 =80 2150 870|=3.|=8.0 2,150| 1,160
{1.2311, 20) 160 | <2.0| <3.2|2,380| 570| 190|<2.0 | =<4.0 /1,910 690|=<2.0|=<4.0|1,910 920
(EAKED,FoMT P ~80 | <40 =96]2390] 570[~100] =4.0[=12.0[ 1910] 690|=40[=120[1,910] 920
38-43HRC . | JC8118
E(Moldsteel) PUY |(csos0)| 120 | S2.5| <4.8 /2150 470| 150| <2.5|<6.0 1,720 570| =25 =<6.0 1,720| 760
1.2311. P21 160 | <2.0| <2.4|1,910| 380| 190|=<2.0|=<3.0/1530| 460|=<2.0|=3.0/|1530 610
(SKO S ) ~80 | =35| <80 1,990 480|~100| 3.5 =10.0/1,590 570 | =35 =10.0/ 1,590 760
%@f%é;%ﬁ;;‘% PLFE (JDC:JJZS) 120 | <25| <4.0[1,790| 390 | 150| <25 =<501430| 460|=<25| <50 1430 620
el 160 | <1.2| <2.0|1590 | 300| 190| <12 <25 1270  360|=<12|<25| 1270 480
g e ~80 | =2.5| <6.4|1,390 | 280 |~100| 2.5 =8.0|1,110| 330| =25 =<8.0| 1,110 440
fe55-62HAC | PLAz | DHI02 | 120 | <1.5| <32 (1250 230| 150| <15|=<4.01,000| 270|=<15|<4.0]|1,000| 360
(1.2344, 1.2379)
55-62HRC 160 | — = - - 190 - - = = - - = =
REs 2o 1V ~80 | =5.0 | <16.0/ 2,980 | 1,190 [~100 | =5.0 | =20.0/ 2,390 | 1,430 | =5.0 |=20.0| 2,390 1,910
BEI00HBLIT | puyy | X881 120 | <40 <80 2680 960| 150 =<4.0|=10.0 2,150|1,160 | <4.0|<100] 2,150 1,550
B, el 160 | <3.0 | =4.02380 760| 190 <3.0|=50/1910| 920|=30|=<50)1910 1,220
257V ~80 | <5.0 <12.8/ 2,980 | 890 |~100| <5.0 |<16.0| 2,390 | 1,080 | =5.0 |<16.0/ 2,390 | 1,430
(SUS304) pLR | 408050
BES250HBIUT | 72 [(UCB118) 120 | <3.0 | <6.4|2680| 720| 150 <3.0 | <80 2150  870|=3.0| =8.0| 2,150 1,160
Stainless steel 27 1(JC7518)
Below 250HB 160 | <2.0| <3.2/2,380| 570| 190|=<2.0|=<4.0/1,910| 690|=<2.0|=<4.0/|1.910 920
Fovas ~80 | <5.0 <9.61,190| 360|~100| <5.0 |<12.0| 950 | 430|=<5.0|<12.0 950 570
T(Ti-6A|-4}|/) SLRZ | JC7518| 120 | <3.0| <4.8|1,070| 290| 150| <3.0 | <6.0| 860| 350|=<3.0|=<6.0| 860 460
T
ety 160 | <2.0| <24 950| 230| 190| <20 =<30| 760  270|=20|=30| 760 360
0N ~80 | =5.0 <96/ 600| 180|~100| <5.0 |<12.0| 480| 220|=<5.0|<12.0 480 290
(|||\|0071|8) SLAZ [JC7518| 120 | =3.0 | <4.8| 540| 140| 150 =3.0 =6.0| 430| 170|=3.0| =6.0| 430| 230
feone 160 | <2.0| <24| 480 110| 190| <20 |=30| 380| 140|=20|=30| 380 180
PLE—mLES ~80 | =5.0|<32.012,000 | 4,800 |~100 | <5.0 |<40.0| 9,550 | 5,730 | =5.0 |<40.0 9,550 | 7,640
oD TG | NUEg | Fo18 | 120 | <4.0|<16.0/ 9,000 3,240 | 150 <4.0|<20.0 7,160 3,870 | <40 <20.0| 7,160 5,160
50-110HB 160 | =3.0 | <8.0|6,000| 1,920 | 190| =3.0 |<10.0| 4,780 | 2,290 | =3.0 |=<10.0| 4,780 | 3,060
2 RELRS, ap: ARDYNAALRE, Ge: FREAMOYNAAFEE, n: TEOERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WER OSSR
1) OB ERBIES K U'D— TR U TREL 2T,
2) COWHDREUSEIF HAFFES Z EEEMESD BiELUTLIREV., HDWNEEVEEZ TIFTERALIEE W,

3) WHEN T EDZEF. FTUPAHRS ZEZ U TLREVRICNB KU VIZE T IFTERLIES L,

4) I7 =7 O— LKW TRREMBZIT >TSS BT IIEMCTOF vET A NI TRV TRURISERL S L,

5) fAlEt LI B ULIFEEMS _EFIITICTZPMT #-PL/NL/SLRE RSB A > U — N ER DB EIF.
WEBAH S OJ DJRISKMHRZSR TV (FEEQRI—R &)

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




BHIDHZPMT*-PL/NL/SLR; I5E3iRA Y —b ERVIRISEN

Recommended cutting conditions for "ZPMT < -PL/NL/SL-type inserts"

AMIYIZAEIAS—AYE MQAXK + BE—R®(TY15—\vREA—IVBEY+>277—I\) M0X and MSN type

// DIJET

o

ity AV TEZ(mm) Tool dia.
35 41 b:r—JI\ H—K 25/26 25/26/28
Work materials Applicable g R4 No. of teeth 4N F#L No. of teeth BN
inserts | Grades | = (oo Aoy () (mm\ﬁnin) (o) onae () (mm%in)
§5'§C%Sﬁ?59) Jcs050 | 120 =50 | =200 | 2040 | 1220 | =50 | =200 | 2,040 | 1530
BEC2S0HBUT | piyg “(8%15?) 190 =30 | =100 | 1840 990 =30 | =100 | 1,840 | 1,240
B, 235 | <20 | <50 | 1630 780 | =20 | <50 | 1630 980
T B ~
(506 SﬁEDw - 120 <50 | =200 1,910 | 1,150 <50 | =200 | 1910 1,430
BTN | P |(caiigl 190 | =30 | <100 | 1720 930 | =30 | =100 | 1,720 | 1,160
e i) 235 | =20 | <50 | 1530 730 | =20 | =50 | 1530 920
TUI\—R§ ~
Ty o o o 120 <50 | =200 1,910 | 1,150 <50 | =200 | 1910 1,430
BEINIBENC | PLE | (ca0s)| 190 =30 | =100 1,720 930 =30 | =100 | 1,720 1,160
(12311, 20) 235 <20 | <50 1,530 730 | <20 | =50 | 1530 920
TYUI\—R =
TAKGD TR cone 120 <40 | =150 1,530 740 <40 | =150 | 1,530 920
E(LMBO?&‘;?;;F:C PLR? |(caosg)| 190 =25 | =75 1,380 610 =25 | =75 | 1380 760
12311, P2t 235 <15 <38 1,220 490 <15 <38 | 1,220 610
(SKE,*;?}J‘,}C*@DHA) o ~120 <35 <125 1,270 610 <35 <125 | 1,270 760
,?,(f;;g;ﬁﬁg‘sﬁe% PUY | otz | 190 <25 <6.2 1,140 490 <25 <6.2 1,140 620
L il 235 <12 <32 1,020 390 <12 <32 | 1,020 490
155 A NS ~
‘S@ﬁ?gf‘?ﬁg) 120 | =25 | =100 890 360 | =25 | =100 890 440
facos BoHRC | PLRZ | DH102 | 190 <15 <5.0 800 290 <15 =50 800 360
(1.2344,1.2379)
55-62HRC 235 - = - = _ _ - _
A ~120 <50 | =250 1,910 | 1530 <50 | =250 | 1910 1,910
BEI0OHBLIR | puy | 00081 00 | <40 | =f25 | 1720 | 1240 | =40 | <125 | 1720 | 1560
pue, 666) 235 | <30 | <62 | 1530 980 | =30 | <62 | 1530 | 1,220
27U ~120 <50 | =200 1,910 | 1,150 <50 | <200 | 1910 1,430
(SUS304) pLR | 08050
B250HBLLT | £ |(08118)] 190 <30 | =100 1,720 930 <30 | =100 | 1,720 1,160
Stainless steel 27 1(JC7518)
Below 250HB 235 =20 =50 1,530 730 =20 =5.0 1,530 920
~ < < < <
Fovas 120 <50 | =150 760 460 <50 | =150 760 570
T(Ti-6AI-4}|/) sUE |Je7s18| 190 <30 <75 680 370 <30 <75 680 460
.
ranium &foy 235 | =20 | =38 610 200 | =20 | =38 610 370
R ~120 <50 | =150 380 230 <50 | =150 380 280
[E
(INCO718) suk |Jers18| 190 <3.0 <75 340 180 <30 <75 340 230
Inconel
235 <20 <38 300 140 <20 <338 300 180
PLE—thAS ~120 <50 | =500 7640 | 6,110 <50 | <500 | 7,640 7,640
ﬁ%ﬁ?ﬁ@yﬂf NLAZ | FC18 190 <40 | =250 | 5730 | 4120 <40 | <250 | 5730 | 5,160
50-110HB 235 <30 | =125 3,820 | 2,440 <30 | =125 | 3820 3,060
2 RELRES, ap: MARDYNAALRE, Ge: FREAMDOYNAAFEE, 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{ERALDFEREIR

1) EECOIRISME . ERAIMES KD — ISR U TRELZE L,

2) UUWHRELE

A ANAHFSZE LEEBBELVBELTLRE V. HBVIEEVREZ TIFTERLES L,
3) BB NN EDHB S FTUPAHRS ZEZL LT RE VL RICNB KU VIZETIFTERLIES L,

4) I7 =7 O—ICKWPIKTREMBZ(T >TSS BT IIFEMCTOF vET AT CIIEIIK TRURISERL S L,

5) flEt LI B ULIFEEL _EFIITICTZPMT #-PL/NL/SLIE RS E3RA > U — M ER DB EIF.

WEBA S OJ DJRISKHRZSREEV (FELQRI—R K)o

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 Feed speed.

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

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.




Ouick & Mini

New generation high feed mill

e

BEIDAZPMT*-PL/NL/SL#; A5e3RA1 Y —b RELIHISEM

Recommended cutting conditions for "ZPMT = -PL/NL/SL-type inserts"

QAMIYIZAEIAS—AYE ' MQAXF + BE—®(TY 15— \vREF—IVBEY+>27—I\) M0X and MSN type

M | TE&Z(mm) Tool dia.
25 44 17 |5k 30/32/35 32/35
Work materials ;?; @iLTe MiE H%% No.ofteeth 5N H%4 No. ofteeth 6N
inserts | Grades (m€n) b s () | (min) i) o i | (i
(stoaram. lcsoso| 160 | =50 | =240 | 1590 | 1190 | =50 | =240 | 1,500 | 1430
BC2O0HBUT | pujz |Ucs118) 240 =30 | =120 1,430 960 <30 | =120 | 1430 1,160
B O 00 | =20 | =60 | 1270 | 760 | =20 | =60 | 1270 910
s ~160 | =50 | =240 | 1490 | 1,120 | <50 | <240 | 1490 | 1340
BEZOUHBET | P | ooy 240 | <30 | <120 | 1340 | 900 | =30 | <120 | 1340 | 1080
e 200 | =20 | <60 | 1190 710 | =20 | =60 | 1,190 860
o) ~160 | =50 | =240 | 1490 | 1120 | =50 | =240 | 1490 | 1340
BES086HRC | pgy | 00] 240 | =30 | =120 | 1,340 90 | <30 | <120 | 1340 | 1,80
{1.2311, 20) 200 | =20 | =60 1,190 710 | <20 | <60 | 1,190 860
(AT ~160 | =40 | =180 | 1200 720 =40 | =180 | 1,200 860
WEIBAHRC | PR | ooyl 240 | <25 | <00 | 1080 | 600 | =25 | =90 | 1,080 710
el 290 | =20 | =45 960 480 | =20 | =45 960 580
(SKO S ) ~160 | =35 | =150 | 1,000 600 =35 | =150 | 1,000 720
fE&42-52HRC | p| gy (ngf}gg) 240 | <25 | =75 900 490 | =25 | =75 900 580
(1,254, 1.2879) 200 | =12 | <38 800 380 | =20 | =38 800 460
g e ~160 | =25 | =120 700 350 | =25 | =120 700 420
fge55-62HAC | pLRZ | DH102 240 | =15 6.0 630 280 =15 <6.0 630 340
g 290 - - - - - = - -
T 505 A ~160 | =50 | =300 | 1490 | 1490 | <50 | <300 | 1490 | 1790
BEI0HBLIR | pupy | 00081 240 | =40 | =150 | 1340 | 1210 | =40 | <150 | 1340 | 1450
B o) 200 | =30 | =75 | 1190 | 950 | <30 | <75 | 1,190 | 1,140
AL s s ~160 | =50 | =240 | 1490 | 1,120 | <50 | <240 | 1490 | 1340
BX250HBIUT | o) [WC8118) 240 | =30 | =120 | 1340 900 | =30 | =120 | 1340 | 1,80
Below 25015 VT 00 | <20 | <60 | 1190 | 710 | =20 | =60 | 1,190 860
IR ~160 | =50 | =180 600 450 | <50 | <180 600 540
n(tTJnlsuAnlqg}fgy SU |Jorsts| 240 | =30 | =90 540 360 | <30 | =90 540 440
200 | =20 | =45 480 200 | =20 | =45 480 340
e ~160 | =50 | =180 300 230 | =50 | <180 300 270
(Nco7i8) | SLR |Jo7sis| 240 | =30 | =90 270 180 | =30 | =90 270 220
Inconel
290 | =20 | =45 240 140 | =20 | =45 240 170
=SS ~160 | =50 | =640 | 5970 | 5970 | <50 | <640 | 5970 | 7,160
oD | N | Fots 240 | =40 | =320 | 4480 | 4030 | =40 | =320 | 4480 | 4840
50-110HB 290 | =30 | =160 | 2990 | 2390 | =30 | <160 2990 | 2870

R RHELRE, ap: MARDYHAARE, Ge: FBEAMDYLAHRE, 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{ERALDFEREIR

1) EECOIRISAE ERAIES KD — ISR U TRELZE L,

2) UUWHREUIGEIF WHAHRE Z LEEHELI B ERLLTET V. HDVIFEVREZ TIFTERES L,

3) WHEN T EDZEF. FTUPAHRS ZEZ U TLREVRICNB KU VIZE T IFTERLIES L,

4) I7 =7 O— LKW TRREMBZIT >TSS BT IIEMCTOF vET A NI TRV TRURISERL S L,

5) fAlEt LI B ULIFEEMS _EFIITICTZPMT #-PL/NL/SLRE RSB A > U — N ER DB EIF.
WEBAH S OJ DJRISKMHRZSR TV (FEEQRI—R &)

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




BHIDHZPMT*-PL/NL/SLR; I5E3iRA Y —b ERVIRISEN

Recommended cutting conditions for "ZPMT < -PL/NL/SL-type inserts"

AMIYIZAEIAS—AYE MQAXK + BE—R®(TY15—\vREA—IVBEY+>277—I\) M0X and MSN type

// DIJET

o

ity AV TEZ(mm) Tool dia.
w2 40/42 40
Work materials Applicable g R4 No. of teeth BN . FE No. of teeth 7N .
inserts | Grades | = (oo Aoy () (mmmin) (o) onae () (mmimin)
§5'§C%Sﬁ?59) lcsoso| 160 | =50 | =320 | 1270 | 1,140 | =50 | =320 | 1270 | 1330
BEC2S0HBUT | piyg “(8%15?’ 240 | =30 | =160 | 1,140 920 =30 | =160 | 1,140 | 1,080
B, 200 | =20 | <80 | 1020 730 | =20 | =80 | 1020 860
T B ~
(5051 S%EDF) - 160 <50 | =320 1,190 | 1,070 <50 | =320 | 1,90 1,250
BTN | P |(caiigl 240 | =30 | <160 | 1,070 870 | =30 | =160 | 1,070 | 1,010
et 200 | =20 | =80 950 680 | =20 | =80 950 800
TUI\—R§ ~
e | o 160 <50 | =320 1,190 | 1,070 <50 | =320 | 1,190 1,250
BSINIBENC | PLE |cs0s0)| 240 <30 | =160 1,070 870 =30 | =160 | 1,070 1,010
(12311, 20) 290 | =20 | =80 950 680 | <20 | =80 950 800
TYUI\—R o
i) ) o 160 <40 | =240 950 680 <40 | =240 950 800
E(LMBO?&‘;?;;F:C PLZ |cgoso)| 240 | =25 | =120 860 570 =25 | =120 860 660
12311, P2t 290 | =20 <6.0 760 460 <20 <6.0 760 530
(SKB'%?}J%@DHA) o ~160 | =35 | =200 800 580 | =35 | =200 800 670
3(%;;3;;555% PUY |oio)| 240 | =25 | =100 720 470 <25 | =100 720 540
L il 290 | =12 <50 640 370 <12 <50 640 430
155 A NS ~
‘S@ﬁ?gf‘?ﬁg) 160 | =25 | =16.0 560 340 | =25 | =16.0 560 390
fcos BoHRC | PLRZ | DH102 240 =15 =80 500 270 =15 =80 500 310
(1.2344,1.2379)
55-62HRC 290 - = - = _ _ - _
A ~160 <50 | =400 1,190 | 1,430 <50 | =400 | 1,90 1,670
BEI0HBLIT | puy | 0000 240 | <40 | =200 | 1070 | 1160 | =40 | <200 | 1,070 | 1350
pue, 666) 290 | =30 | =100 950 910 <30 | =100 950 | 1,060
27U ~160 <50 | =320 1,190 | 1,070 <50 | =320 | 1,190 1,250
(SUS304) PLI JC8050
BE250HBILT | o) [U08118) 240 <30 | =160 1,070 870 <30 | =160 | 1,070 1,010
Stainless steel 27 1(JC7518)
Below 250HB 290 =20 =8.0 950 680 =20 =8.0 950 800
~ < < < <
BN 160 <50 | =240 480 430 <50 | =240 480 500
T(Ti-6A|-4}|/) SLE | Je7s18 240 <30 | =120 430 350 <30 | =120 430 410
o
ranium &foy 200 | =20 | =60 380 270 | =20 | =60 380 320
e ~160 <50 | =240 240 220 <50 | =240 240 250
(INCO718) s | Je7s18 240 <30 | =120 220 180 <30 | =120 220 210
Inconel
290 <20 <6.0 190 140 <20 <6.0 190 160
PLE—mLES ~160 <50 | =80.0 4780 | 5,740 <50 | =80.0 | 4780 6,690
ﬁ%ﬁ?ﬁ@yﬂf NLAZ | FC18 240 | =40 | <400 | 3580 | 3,870 <40 | <400 | 3580 | 4510
50-110HB 290 <30 | =200 2,390 | 2,290 <30 | =200 | 2390 2,680
2 RELRES, ap: MARDYNAALRE, Ge: FREAMDOYNAAFEE, 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{ERALDFEREIR

1) EECOIRISME . ERAIMES KD — ISR U TRELZE L,

2) UUWHRELE

A ANAHFSZE LEEBBELVBELTLRE V. HBVIEEVREZ TIFTERLES L,
3) BB NN EDHB S FTUPAHRS ZEZL LT RE VL RICNB KU VIZETIFTERLIES L,

4) I7 =7 O—ICKWPIKTREMBZ(T >TSS BT IIFEMCTOF vET AT CIIEIIK TRURISERL S L,

5) flEt LI B ULIFEEL _EFIITICTZPMT #-PL/NL/SLIE RS E3RA > U — M ER DB EIF.

WEBA S OJ DJRISKHRZSREEV (FELQRI—R K)o

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 Feed speed.

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

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.




Ouick & Mini

New generation high feed mill

e

BEIDAZPMT*-PL/NL/SL#; A5e3RA1 Y —b RELIHISEM

Recommended cutting conditions for "ZPMT = -PL/NL/SL-type inserts"
QAMIYIART IAL T IS4 ZX/QXPH;  QXP type (facemill type)

z(glgﬁ\ A TE#Z(mm) Tool dia.
~ — 40
Wotﬁkzsggials ;?; @iLTe gﬂil\ H# No.ofteeth BN H% No.ofteeth 7N
inserts | Grades (m€n) (o) o (i) (mm\ﬁnin) (o) onae (i) (mmvimin)
(stoaram. Jcsoso| 180 | =50 | =320 | 1,270 | 1,140 | =50 | =320 | 1,270 | 1330
BC2O0HBUT | piz |Ucs118) 200 | <30 | <160 1,140 920 <30 | =160 | 1,140 1,080
B O ™50 | =20 | =80 | 1020 730 | <20 | <80 | 1,020 860
ﬁggglgffiﬁkzay% o | ~150 is.o isz.o 1,190 | 1,070 is.o faz.o 1,190 1,250
" Desed ? |0t 200 | =80 | =160 | 1,070 870 <30 | =160 | 1,070 1,010
Below 255HB 250 | =20 <80 950 680 <20 <80 950 800
gﬁ";?;%g,ﬁ"ﬁé e |icne ~;50 fs.o ise.o 1,190 | 1,070 fs.o fsz.o 1,190 1,250
il 2 |(1c8050) 00 | =30 | =160 | 1,070 870 <30 | =160 | 1,070 1,010
30-36HAC 250 | =20 <80 950 680 <20 <8.0 950 800
@é&@ﬁ% o Lot ~150 i4.o fz4.0 950 680 §4.0 i24.0 950 800
“Molisieol ? |(ceos)| 200 | =25 | =120 860 570 <25 | =120 860 660
$8A3HAC 250 | =20 <6.0 760 460 <20 <6.0 760 530
(%ﬁﬁﬁﬁ%@ I ~150 fs.s fzo.o 800 580 i&s fzo.o 800 670
Hadnea e st ? |oniog)| 200 | =25 | =100 720 470 <25 | =100 720 540
42-52HRC 250 | =12 <50 640 370 <12 <50 640 430
<§g9ﬁ§§§g3> » ~150 §2.5 §<16.0 560 340 fz.s §<16.0 560 390
arderad i S % | DH102 200 | =15 <80 500 270 <15 <8.0 500 310
55-62HRC 250 - = — = _ _ _ _
B3 575 L s ~150 | =50 | =400 | 1,90 | 1430 <50 | =400 | 1,190 1,670
fay HBL A
g%y%z“‘g(’o“gggiﬁ PL. |(Dto2)| 200 | =40 | =200 | 1,070 | 1,160 =40 | =200 | 1070 | 1,350
Bolow 300HB 250 | =30 | =100 950 910 <30 | =100 950 1,060
Z@fg%ﬁ)ﬂ | scaoso| 180 | =50 | =320 | 1190 | 1070 <50 | =320 | 1,190 1,250
B 250HBLIT e |wosrie] 200 | <30 | <160 | 1070 | 870 | =30 | <160 | 1070 | 1010
ainless steel (JC7518)
Below 250HB 250 =20 =8.0 950 680 =20 =8.0 950 800
Fovas ~150 | =50 | =240 480 430 S50 | =240 480 500
(Ti-6AM4V) | SLRZ |JC7518| 200 | =30 | =12.0 430 350 <30 | =120 430 410
itaniumalioy 250 | =20 | =60 380 270 | =20 | <60 380 320
0N ~150 | =50 | =240 240 220 <50 | =240 240 250
(INCO718) SLZ [JC7518| 200 | =3.0 | =120 220 180 <30 | =120 220 210
Inconel
250 | =20 <6.0 190 140 <20 <6.0 190 160
LS oLES ~150 | =50 | =<80.0 | 4780 | 5740 <50 | <800 | 4780 | 6,690
oD e | NLFg | Fots 200 | <40 | <400 | 3580 | 3870 | =40 | <400 | 3580 | 4510
50-110HB 250 | =30 | =200 | 2390 | 2290 <30 | =200 | 2390 2,680

R RHELRE, ap: MARDYHAARE, Ge: FBEAMDYLAHRE, 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{ERALDFEREIR

1) EECOIRISAE ERAIES KD — ISR U TRELZE L,

2) UUWHREUIGEIF WHAHRE Z LEEHELI B ERLLTET V. HDVIFEVREZ TIFTERES L,

3) WHEN T EDZEF. FTUPAHRS ZEZ U TLREVRICNB KU VIZE T IFTERLIES L,

4) I7 =7 O— LKW TRREMBZIT >TSS BT IIEMCTOF vET A NI TRV TRURISERL S L,

5) fAlEt LI B ULIFEEMS _EFIITICTZPMT #-PL/NL/SLRE RSB A > U — N ER DB EIF.
WEBAH S OJ DJRISKMHRZSR TV (FEEQRI—R &)

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




BHIDHZPMT*-PL/NL/SLR; I5E3iRA Y —b ERVIRISEN

Recommended cutting conditions for "ZPMT < -PL/NL/SL-type inserts"

QAMIYIART IAL T IS4 ZX/QXPH,  QXP type (facemill type)

// DIJET

o

ML | > TEZE(mm) Tool dia.
w2 50 50/ 52
Work materials Applicable g R4 No. of teeth 7N . FEL No. of teeth 8N .
inserts | Grades | %) (R, o i | i i s | (wwm
§5'§C%Sﬁ?59) lcsoso| 200 | =50 | =400 | 1,020 | 1070 | =50 | =400 | 1,020 | 1,220
BEC2S0HBUT | piyg “(8%15?’ 250 | =30 | =200 920 870 =30 | =200 920 990
Bl S00E 300 | =20 | =100 820 690 | =20 | =100 | 820 790
TE] ~o
(k061 S%ED\H) oo 200 | <50 | <400 950 | 1,000 <50 | =400 950 | 1,140
BT | PLZ |(caiig| 250 | =30 | =20.0 860 810 | =30 | =200 860 930
(12344, 1.2575) 300 | <20 | =100 760 640 | <20 | =100 760 730
TUI\—R§ ~
el ot o 200 | <50 | =400 950 | 1,000 <50 | =400 950 | 1,140
BEIWIEHRC | P |caosp)| 250 | =30 | =200 860 810 =30 | =200 860 930
(12311, 20) 300 | <20 | =100 760 840 | <20 | =100 760 730
TYUI\—R o
gD e e 200 | <40 | =300 760 640 <40 | =300 760 730
E(LMBO?&‘;?;;F:C PL |(Gsoso)| 250 | =25 | =150 680 520 =25 | =150 680 600
12311, P2t 300 | =20 <75 610 430 <20 <75 610 490
(SKB'%?}J%@DHA) o ~200 | =35 | =250 640 540 | =35 | =250 640 610
3;;;;3;;555% PUE | omiop)| 250 | =20 | =125 580 440 <20 | =125 580 500
L il 300 | =12 <6.0 510 340 <12 <6.0 510 390
155 A NS N
‘S@ﬁ?gf‘?ég) 200 | =25 | =200 450 320 | =25 | =200 450 360
fcos BoHRC | PLRZ | DH102 250 =15 =10.0 400 250 =15 =10.0 400 290
(1-2344, 1.2379) 30 | <10 | =50 360 200 | =10 | =50 360 230
A ron) ~200 | =50 | =500 950 | 1,330 <50 | <500 950 | 1,520
BEI0HBLIT | puy | S80S 250 | <40 | =250 860 | 1,080 | =40 | =250 | 860 | 1240
pac. oea) 300 | <30 | <125 760 850 | <30 | =125 760 970
27U ~200 | =50 | <400 950 | 1,000 <50 | =400 950 | 1,140
(SUS304) pLR | 08050
B250HBLLT | ¢ [(08118) 250 | =30 | =20.0 860 810 <30 | =200 860 930
Stainless steel 27 1(JC7518)
Below 250HB 300 | =20 | <100 760 640 <20 | =100 760 730
~ < < < <
Fhae 200 | <50 | =300 380 400 <50 | =300 380 460
T(Ti-BAI-4}|/) S |Je7sts | 250 | <30 | =150 340 320 <30 | =150 340 370
T
ranium ety 300 | =20 | <75 300 250 | <20 | =75 300 290
— ~200 | =50 | =300 190 200 <50 | =300 190 230
(NCO718) | SLfz |Jors18| 250 | <30 | =150 170 160 <30 | =150 170 180
Inconel
300 | <20 | <75 150 130 <20 | =75 150 140
PE—tLaaS ~200 | <50 | <1000 | 35820 | 5,350 <50 | <1000 | 3820 | 6,110
o i | NLFg | Fots 250 | <40 | <500 | 2,860 | 3600 | <40 | <500 | 2860 | 4,120
50-110HB 300 | <30 | <250 | 1,910 | 2140 <30 | <250 | 1910 | 2440
2 RELRES, ap: MARDYNAALRE, Ge: FREAMDOYNAAFEE, 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{ERALDFEREIR

1) EECOIRISME . ERAIMES KD — ISR U TRELZE L,

2) UUWHRELE

A ANAHFSZE LEEBBELVBELTLRE V. HBVIEEVREZ TIFTERLES L,
3) BB NN EDHB S FTUPAHRS ZEZL LT RE VL RICNB KU VIZETIFTERLIES L,

4) I7 =7 O—ICKWPIKTREMBZ(T >TSS BT IIFEMCTOF vET AT CIIEIIK TRURISERL S L,

5) flEt LI B ULIFEEL _EFIITICTZPMT #-PL/NL/SLIE RS E3RA > U — M ER DB EIF.

WEBA S OJ DJRISKHRZSREEV (FELQRI—R K)o

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 Feed speed.

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

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.




Ouick & Mini
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Lo}

BEIDAZPMT*-PL/NL/SL#; A5e3RA1 Y —b RELIHISEM

Recommended cutting conditions for "ZPMT = -PL/NL/SL-type inserts"
QAMIYIART IAL T IS4 ZX/QXPH;  QXP type (facemill type)

PPy ~ TE&E(mm) Tool dia.
i 63 /66
# Bl 74 | =k
Work materials A?;IicarIJTe & . FE No. of teeth 8N .
inserts | Grades | %) b s | rmem
(saRen csoso| ~250 | =50 | =500 810 970
BEC2O0HBUT | puz |Ucs118) 300 <30 <25.0 730 790
) (CX75)
By s 30 | <20 | <125 650 620
T B ~
KBt 5‘2[@% st 250 | =50 | =500 760 910
e P |(cgi1g| 300 <30 | =250 680 730
L) 30 | <20 | <125 610 580
TUJ\— R/ ~
ggwg;ggﬁg@ o 250 <50 | =500 760 910
< 30-36H PUY |\Csosg)| 300 <30 | =250 680 730
ey 350 | <20 | <125 610 580
JUIN\—R 8 P
‘?5‘558'8”25”&5},2%3’ stis 250 | =40 | =380 610 590
s asH PUY |(caos)| 300 <25 | =190 550 480
el 350 | =20 | =95 490 390
G AER ~
%E{%;}Jé&%w - 250 | =35 | =320 500 480
Féa,gene;,diestegﬂ PLE |ibitioz)| 300 <25 | =160 450 390
N oting 350 | <15 | <75 400 310
feud n“ ~
<§g9ﬁ§g§§g3> 250 | =25 | =250 350 280
H(argene;j o Ste?, PLF | DH102 300 =15 =125 320 230
N oting 350 | <10 | =65 280 180
a5 505 1)k ~250 =50 =64.0 760 1,220
FE<300HBLLT | pigy | JC8I18 - >
Grey & Nodular castiron “ | (DH102) 300 =40 =320 680 980
B Sos 350 <30 | =160 610 780
X@J/slaﬁ)ﬂ Jcaoso | 250 <50 | <500 760 910
mos0HBLIT | O luce1®) 300 | <30 | =250 680 730
e T e | <20 | <125 610 580
elow 25 =, =12.
BN ~250 <50 | =380 300 360
(Ti-6AI-4V) SLFZ | JC7518 300 =3.0 =19.0 270 290
Titani Il
ramum ey 350 | <20 | =95 240 230
0N ~250 <50 | =380 150 180
(INCO718) SLfZ | Jc7518 300 =3.0 =19.0 140 150
Inconel
350 <20 <95 120 110
ES0-110HB | N | Fots 300 | =40 | <630 | 2270 | 3270
uminum alloy
50-110HB 350 <30 <315 1,520 1,940

R RHELRE, ap: MARDYHAARE, Ge: FBEAMDYLAHRE, 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{ERALDFEREIR

1) LEEDYIRISREE . MBI S LT —IRIMEICHRU TR IZE L,
2) UUWHDREUCBEF HAFRE Z LSEHEL)BELLTLREWV, HB0VREVREZ T FTERLEEL,
3) BB NAREDBEERF. FIAHFREIZEZLLTLRE V. RICNB LT VIE T IFTHERLEE L,
4) I7—=7O—(C&IILKTREMBZITOTLREV, HHT IIEMCTOFrEFT AT TRV FTRIBITEFRLZE L,
5) fIEfT LTS UL FEET EIFIIICTZPMT %-PL/NL/SLREZR 3R > 8 — N ER DB S,
WEBH Y OT DYJRISRHRZESRIZE WV (FEEQRI—REY) o
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 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) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




// DIJET

N—FHILAIEE EFRYPHW*-15/-Ff I3RS U —b EEIEISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMTYIZ EIa15=~\vE " MQAXH + BBE—#(TI15—NyRAF—ILBE+>2o7—I\) MaX and MSN type

o

TE®& (mm) Tool dia.

15 Hll #4 J—Jh 16 /17 20 20/21
Work materials | #47& H# No. of teeth 2N F# No. of teeth 3N F# No. of teeth 4N
Grades (m%) (rfr;) (lﬁl?]) (min-') (mm\frfmn) (mgm) (l‘fr!]) (rﬁrﬁ) (min-) (mm/rfnin) (m%) (rrf)r;) (rﬁnen (min”') (mm/r;in)
(Ssig‘ﬁ?w ~70 | 05 <02 | 8950 2680 | ~70 | 06 [<0.2 | 7,160 3,220 | ~70 | 0.6 |<02 |7,160 4,290
R 2oOHBAT | bt | 120 | 05 <02 | 6960 1390 | 120 | 06 |<02 7160 2790| 120 06 <02 |7160 3720
ool 2B 160 | 05 |<02 | 6,960 1,110| 190 | 06 |<02 5570 1670| 190 | 06 |<02 |5570 | 2230
e ~70 | 05 |<02 | 79602390 | ~70 | 06 |<02 | 6370|3220 ~70| 06 |<02 | 6370 4,290
MRCEOOHBLIT | Jo80 | 120 | 05 |<02 | 59701190 | 120 | 06 |<02 | 6370|2480 | 120 | 06 |<02 6370 | 3310
“si?;‘ﬁséﬁ?’ 160 | 05 <02 | 5970/ 960 | 190 | 06 |<0.2 |4770|1430| 190 | 06 |<02 | 4,770 | 1,910
At ~70| 05 |<02 | 6960 1670 | ~70 | 06 |<02 | 5570|2000 | ~70 | 06 <02 |5570 2670
B0 SEHAC | eto | 120 | 05 |<02 | 4970) 840| 120 | 06 <02 5570 1670| 120 | 06 <02 | 5570 2230
ey 160 | 05 |<02 | 4970/ 700| 190 | 06 |<02 3980 960| 190 | 06 |<02 | 3,980 | 1280
ﬁ%gm‘;‘{jﬂ) ~70 | 05 |<02 | 4,980 1,200 | ~70 | 06 |<0.2 |3980 1430|~70| 06 |<02 | 3980 1,910
RSB ASIAC | % | 120| 05 |<02 | 3560/ 600| 120 | 06 <02 3980 |1,190| 120 06 <02 | 3,980 150
o 160 | 05 |<02 | 3560| 500| 190 | 06 |<02 |2840| 690| 190 | 06 |<02 |2840 920
(smﬁ%ﬂéﬁwm ~70 | 05 <015 3380 680|~70 06 <015 2710 810|~70 | 06 |<0.15 2,710 1,080
B reoaHiC | aote| 120 05 <015 2400 340| 120 | 06 |<015 2710 | 670 120 | 06 <015 2710| 890
(2t o) 160 | 05 |<0415 2400 280| 190 06 |<015 1940  390| 190 06 |<0.5 1940 520
3 5975 ~70 | 05 |<02 [10900/3270 | ~70 | 06 |<02 | 8750|3940 | ~70 | 06 |<02 | 8750 5250
B | Sma | 120 | 05 |<02 | 8950/ 2150 | 120 | 06 |<02 7160 2580 120 | 06 <02 | 7160 | 3440
Saiow 008 160 | 05 |<02 | 8,950 1,790 | 190 | 06 |<02 | 7,160 |2150| 190 | 06 |<02 | 7,160 | 2870

R:RHULEREZ, Pt:EVI74—K, Ge: ¥BFARDYNAARE, n: TEEERE, Vi: X )RE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFREIR

1) LEEDUIHISAS . RIS KO —JBIMEICRUTRELIEE L,

2) BUUHFRELR

3) BMEBNTEDZEE. FTVIAHFRETEZLLTLREEVRICNB KV VIZ T IFTERLEE L,
4) I7—70O— LKW TREMEBZTH>OTRE W, FIC IEMCTOFvETA 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.

613 HAHRS = LSEMELVBELUTKEET V. HBVIEXVEREZ T FTERLIEE L,
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N—FHILAIEEEIFRYPHW:-15/-Fi; T3S0 VY —D EEEIRG (4)
Recommended cutting conditions for "YPHW < -15/-F-type inserts" (For up & down finishing)
QAMIYIZ EIa5=\YvE MQXF + BEE—H(TY 15— NvREAF—IVBIEY+>/27—)\) MaX and MSN type
e, TEf& (mm) Tool dia.
wEls | —k 25/26 25/26/28 30/32/35
Work materials | #47& H# No. of teeth 4N F# No. of teeth BN F# No. of teeth 5N
Grades | £ P de n Vi 8 Pt de n Vi £ P de f Vi
(mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
(ss'h‘éhﬁémsc) ~90| 07 |<02 |5730|47120| ~90| 07 |<02 | 57306210 |~100| 0.8 |<0.2 |4,480 | 4,030
MCSOMBNIT | CBW2 | 140| 07 |<02 5730 | 3440| 140 07 <02 5730 4300 150 08 <02 | 4480 4030
(50, C55
o 2a0 210| 07 |<02 | 4460|2140 210| 07 |<02 |4460 2680 | 210 08 |<0.2 | 3480|2610
(SKDIgﬁiEm 1) ~90| 07 |<02 |5000 | 3660| ~90| 07 |<02 5090 4580 |~100 0.8 |<0.2 |3980 | 3580
MECZOOHBLIT | fo8%s | 140| 07 <02 |50003050| 140| 07 |<02 5090 3810| 150 0.8 |<02 |3980 | 3560
1.2344,1.2379
T e 210| 07 |<02 |3820|1830| 210| 07 |<02 3820|2290 | 210 08 |<0.2 |2980 | 1,740
(ﬁ#m’)&??z%ﬂ) ~90 | 07 |<02 |4460|2680| ~90| 07 |<0.2 | 4460 3350 |~100 08 |<0.2 |3480 | 2610
B S088HRC | 180 | 140| 07 |<02 |4460 2140| 140 07 |<02 4460 2680 | 150 08 <02 3480 2610
(1.2311, P20) 210 07 |<02 |3180 1270| 210| 07 |<02 3180|159 | 210 08 |<02 | 2490 | 1,250
ﬁ%é;h';‘/j;@) ~90| 0.7 <02 |3,180 1530| ~90| 07 |<02 | 3180|1910 |~100| 08 <02 | 2490 | 1,500
BB ASHRC | do8to | 140| 07 |<02 3180 1220| 140 07 |<02 3180 1520 | 150| 08 <02 | 2490 1500
1.2311, P21
Rroui 210| 07 |<02 |2270| 730| 210| 07 |<02 |2270| 910| 210/ 08 |<02 | 1,780 | 720
(smﬁ%ﬁ'ﬂmm ~90| 07 |<0.15/2160| 860| ~90| 07 |<0.15| 2,160 | 1,080 |~100| 0.8 |<0.15| 1,690 | 850
B o2 C | e | 140 07 | <015/ 2160 | 690| 140| 07 <015 2160 860| 150 08 |<0.15 1,690 | 850
1.2344,1.2379
s i 210 | 07 |<0.15/1540| 410| 210| 07 |<0.15/1540 | 510| 210 08 |<0.15/1210| 410
nﬁéﬁgf%ﬁ ~90| 07 |<02 |7,000]|4200| ~90| 07 |<02 | 7,000 5250 ~100| 0.8 [<0.2 |5470 | 47100
B OOHBLLT | o8t | 140| 07 |<02 5730|2750 | 140| 07 |<02 5730 |3440| 150 0.8 |<02 |5470 | 4,100
GG, GGG
B 210| 07 |<02 |5730]2290| 210| 07 |<02 5730|2860 | 210 08 |<0.2 | 4480 | 2,240

R BHLRE, Pf:EYIT1—K, Qe: ¥BAMDYNAALRE, n: TEREENRE, Vi:E)RE
2 : Overhung length, Pf: Pick feed, de : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFREIR

1) LEEDYIRISRAE ERAIES KT D —TBIMEICRU THEBLEE N,

2) CUWHRELUSEF AHAHFREZ MBSV BESLTLREV. HBVFEVEEZ T IFTERALES L,

3) BMEBNTEDHEF. FTVIAHFRETEZLLTLREEV RICNB KU VIZ T IFTERLEE L,

4) I7—=70O— LKW TREMBEZITOTLIREE WV, FHT IIEMCTOFrET AT TRV FREBSERLSIZE 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—FHIAIEGEIFRYPHW:-15/-Fi T3S0 Y —D EEEIRG (4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts” (For up & down finishing)
QAMTYI R EVaAS=AYE MQAXH + BBE—®(TY15—\vyREBF—IVEBE v+ 7—I\) MaXand MSN type
e, TE& (mm) Tool dia.
wEA | o=k 32/35 40/42 m
Work materials | #47& H# No. of teeth 6N F# No. of teeth BN F# No. of teeth 7N
Grades | £ P de [ Vi Pt de . f P de f f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(35%_7(%35@50) ~100| 0.8 |<02 | 4,480 | 4,830 | ~100| 0.88 |<0.2 | 3,580 | 3,870 [~100| 0.88 |<0.2 | 3,580 | 4,520
R 2oOHBT | (bt | 150 08 <02 | 4480 4830 | 150| 088 <02 3580 3870 | 150 088 <02 | 3580 | 4520
50, C55
o Bas 210| 0.8 |<02 |3480|3130| 210| 088 |<02 | 2,790 2,010 | 210 0.88 |<0.2 | 2,790 | 2,350
TR ~100| 08 |<02 | 3980|4300 |~100| 0.88 |<0.2 | 3,180 | 3,430 | ~100| 0.88 | <02 | 3,180 | 4,000
(SKD61, SKD11)
MECEOOHBLIR | fo80 | 150| 08 <02 3980 |4300| 150| 088 |<02 3180 3430 | 150| 088 |<0.2 | 3180 | 4000
1.2344,1.2379
et 210| 08 |<02 | 2980|2000 | 210| 0.88 |<0.2 | 2,390 1,720 | 210| 0.88 |<0.2 | 2390 | 2,010
TUN— Rl ~100| 08 |<02 | 3480|3130 |~100| 0.88 |<0.2 | 2,790 | 2,510 | ~100| 0.88 | <02 | 2,790 | 2,930
(HPM7, PX5, P20)
B0 SEHRC | eto | 50| 08 | <02 | 3480(3130| 150 0.88 | <02 | 2790 | 2510| 150 088 <02 | 2790 | 2930
1.2311, P20
(30—36HRC) 210| 08 |<02 | 2490 | 1500| 210| 0.88 |<0.2 | 1,990 | 1430 | 210] 0.88 |<0.2 | 1,990 | 1,670
TUIN\= /5 ~100| 0.8 |<0.2 | 2490 |1,800|~100| 0.88 |<0.2 | 1,990 | 1,430 [~100| 0.88 |<0.2 | 1,990 | 1,670
(NAK80, HPM1, P21)
BB ASHRC | 1o8lo | 150| 08 |<02 |2490 1,800| 150 088 |<02 1990 | 1430 | 150| 0.88 <02 | 1,990 1,670
1.2311, P21
(38.43HRC) 210| 08 |<02 | 1,780 | 860| 210| 0.88 | <02 | 1420 820| 210 0.88 |<0.2 | 1420 | 960
BANSE ~ ~ , , ~ . 151, 950
Sk TR 100| 08 |<0.15| 1,690 | 1,020 | ~100| 0.88 |<0.15 1,350 | 810 |~100| 0.88  <0.15| 1,350
o | aote| 150| 08 | <015/ 1690|1020 | 150| 0.88 |<015 1350 | 810 150| 088 <0.15 1350 950
1.2344,1.2379
2ot e 210| 08 |<0.15/1210| 490| 210  0.88 |<0.15| 960 | 460| 210  0.88 |<0.15| 960 | 540
ma}(%?ég)”’ﬁ% ~100| 08 |<02 | 5470|4920 | ~100| 0.88 |<0.2 | 4,380 | 3,940 | ~100| 0.88 | <02 | 4,380 | 4,600
B T | Sma | 150| 08 |<02 |5470 | 4920| 150| 0:88 |<02 4380 | 3940 150 0.88 |<02 | 4380 | 4600
GG, GGG
B 210| 08 |<02 | 4480|2690 210| 0.88 |<0.2 | 3580 | 2580 | 210 0.88 |<0.2 | 3580 | 3,010

R RHELRE, Pf:EvI74—R, Qe: ¥RBAMDYLAARE, n: TERENRE, Vi:X)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFREIR

1) LEEDUIHISRAHS . RAIES KO — ISR UTRELIEE L,

2) BUUHFRELR

3) BMBNTEDZEE. FTVPAHFREIEZLLTLREEV RICNB KV VIZ FIFTERLEE L,
4) I7—70O— LKW TREMEBZTH>OTRE W, FIC IEMCTOFvETA 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.

613 HAHRS = LSEMELVBELUTKEET V. BB VIEXVEREZ T FTERLIEE L,
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e

I\—FAIVAIEH EIFR YPHW:-15/-Ff; D530 VY — EEIERG 4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMIYIRX RT7IALTITSA R, QXPH; QXP type (facemill type)
e, TEf& (mm) Tool dia.
WwWHIA | Y—h 40 50
Work materials ngi XJF%Z No. ;feteeth 6N f Eﬁﬂfl No.;feteeth 7N f ﬂ%ifl No.;feteeth 7N f
(mm) | (mm) | (mm) | (min) (mm/min) (mm) | @@m) | (mm) | @min) [mm/min) (mm) | mm) | (mm) | (min) (mm/min)
~150| 088 | <02 | 3580 | 3,870 |~150| 0.88 | <02 | 3580 | 4520 [~150| 1 |<02 | 2,860 | 3,600
o) 200| 0.88 |<02 | 3580 | 3870 | 200| 0.88 |<02 | 3580 | 4520| 200 1 |<02 | 2860 | 3600
o T | ooy | 250] 0.88 [<02 | 3580|3220 | 250| 088 |<0.2 |3580 3760 | 250 1 | <02 | 2860 | 3,600
050, 055) 300| 088 |<0.2 | 2790 | 2010| 300| 088 |<0.2 2790 |2350| 300 1 | <02 | 2860 | 3,000
350 - | - | - | - | 30 - | - | - | -] 80| 1 <02 2860 3000
~150| 0.88 |<0.2 | 3180|3430 |~150| 0.88 |<02 | 3180|4000 [~150| 1 |<02 |2550 3210
(KT 1) 200| 088 |<02 |3,180 |3430| 200| 0.88 |<02 3180 4000| 200| 1 <02 2550 3210
O RIT | Do | 250| 088 |<0.2 | 3180 | 2860 | 250| 0.88 |<02 31803340 250| 1 |<02 | 2550 3210
S 300| 088 |<02 2390 | 1720| 300| 0.88 |<02 |2390|2010| 300 1 |<02 | 2550 2680
B/O| - | - | - | - | 30| - | - | - | - | 30 1 |<02]|2550 2680
~150| 0.88 |<02 | 2,790 | 2510 | ~150| 088 [<02 | 2790 | 2930 [~150] 1 |<02 22302340
T 200| 0.88 |<02 | 2790 | 2510| 200| 0.88 |<02 | 2790 | 2930| 200, 1 |<02 | 2230 2340
B HRC | by | 250| 088 |<02 |2790 | 2010| 250| 0.8 |<02 2790|2350 250| 1 | <02 | 2230|2340
(13-%?\,1;;@%0) 300| 0.88 |<0.2 | 1990 1,190| 300| 0.88 |<02 | 1,990 | 1,390 | 300 1 |<0.2 | 2230|1870
30 - | - | - | - | 30 - | - - | - | 30 1 <02 2230 1870
~150] 0.88 [<0.2 | 1990 | 1430 [~150] 088 [<02 [ 1,990 1,670 [~150] 1 [<02 | 15901340
AT 200| 0.88 |<02 1,990 | 1430 | 200| 0.88 |<02 [1,990 | 1670| 200, 1 |<02 |1,590 | 1340
B R | by | 250| 088 |<0.2 | 1990|1150 | 250 0:88 |<02 | 1990 1340 250| 1 | <02 |1590 1340
“ﬁﬂ;ﬁ” 300| 0.88 |<0.2 | 1420 680| 300| 0.88 |<02 |1,420| 790| 300/ 1 |<0.2 | 1590 1,070
350 - | - | - | - | 30 - | -] -] - | 80| 1 [<o02 1591070
~150| 0.88 |<0.151350 | 810|~150] 088 [<0.15[ 1,350 950 [~150] 1 |<0.15 1080 760
. 200| 0.88 |<0.15/1350 | 810| 200| 0.88 |<0.15/1,350| 950| 200 1 |<0.5/1,080 760
B erea oot | oo |  250| 0.88 |<015/1,350 | 650 | 250| 088 |<0.15/ 1350 760| 250 1 |<0.15) 1080 760
(12344, 1237 300| 088 |<0.15| 960 | 390| 300| 0.88 |<015 960 460| 300| 1 |<0.15 1,080 610
30 - | - | - | - | 30 - | - - | - | 30/ 1 <o0151080 610
~150| 0.88 |<02 | 4380|3940 | ~150] 088 [<02 [ 4380] 4600 [~150] 1 [<02 |3500]3680
R e L 200| 0.88 |<02 | 4380 |3940| 200| 0.88 |<0.2 | 4380 | 4600| 200| 1 |<02 | 3500 3,680
o T e | 250] 088 [<02 | 3580 | 2580 | 250| 088 |<0.2 | 3580 |3010| 250 1 | <02 | 3500 | 3680
RoGlaa)s 300| 088 |<02 3580 2,150 | 300| 088 |<02 |3580 2510 300/ 1 |<02 | 2,860 | 2400
30 - | - | - | - | 30 - | - | - | - | 80| 1 |<02 2860|2400

2 RBHLEZ, Pf:Evy771—F,

e: ¥RFEOYHAAKRS, n: TERERE, Vi &RE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) LEEDYIRISRME. BRAIES KT D —IBIEICRU THEBLEE N,
2) CUUHREUSZEF ANAHFREZ LEEHMEL NV BELLTLREEV. HBNFEIEEZ FIFTERALEEL,
3) BHBEINTREDHZEIR. FTUAHFRSZ R UL TLEET V. RICNB RO VIZTIFTERLIEE L,
4) I7—70—[CKIPIWKTREMBZITOCTLREE WV, FHT IIEMCTOFrET 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.



// DIJET

N—=FHIEIEEEFEYPHW:-15/-Fi; F5%3TR1 I —D ESU5EIR% (4]

Recommended cutting conditions for "YPHW *-15/-F-type inserts” (For up & down finishing)
QAMIYIRX RTPIALTITSA R QXPH,  QXP type (facemill type)

TE& (mm) Tool dia.

1Y
R Hll#4 H—k 50 /52 63 /66
Work materials | #47& HEL No. of teeth 8N H# No. of teeth 8N
Grades | = (n'?rI]) (r?n?]) (min") (mm\ﬁwin) (mm) (rfnfn (rﬁrﬁ) (i) limm/min)
~150| 1 |<02 |2860]4110|~200] 112 [<02 | 2270 | 3,260
o 200) 1 <02 |2860 4110| 250 112 |<02 | 2270 | 3260
(8 :
ﬁ%;gg’;:g)gﬁ* Ouom| 2500 1 |<02 |2860|4110| 30| 112 |<02 | 2270 | 3260
€50, C55
050, C58) 300) 1 |<02 |2860 3430| 350] 112 |<02 | 2270 | 2,720
350 1 |<02 | 2860 3430| 400| 112 [<02 | 2270 | 2,720
~150| 1 |<02 | 25503670 |~200] 112 [<02 | 2,020 | 2,910
B
(KOSt 1) 2000 1 |<02|2550 |3670| 250 1.12 |<02 | 2,020 | 2910
* AN
ﬁ?Q%ii’Qﬁ“T Dos| 20| 1 |<02 | 25503670 | 300| 142 |<02 | 2020 | 2910
1.2344,1.2379
2344, 1.237 300) 1 |<02|2550|3060| 350 1.12 |<02 | 2020 | 2420
350 1 |<02 | 2550 |3060| 400 1.12 |<02 | 2,020 | 2420
~150] 1 |<02 | 2230 2,670 |~200] 1.12 | <02 | 1,770 | 2,120
Tt 200) 1 <02 |2230 2670| 250 142 |<02 | 1,770 | 2420
~30-
B aoRC bty | 250 1 |<02 2230 2670| 300 142 |<02 1770 | 2,120
(1.2311, P20) 300) 1 |<02 2230 2140 350 112 <02 | 1,770 1700
350 1 |<02 2230 2140| 400| 112 [<02 | 1770 | 1,700
~150 1 |<02 | 1590 1530 |~200] 112 [<02 | 1,260 | 1,210
(GAKHD, HPAHT a0 200) 1 |<02|1590|1580| 250 1.12 [<02 | 1,260 | 1210
g 38-43HRC | JC8015
(LMoIdsteeI) e 250] 1 |<02 15901530 | 300 1.12 |<02 | 1,260 1210
1.2311, P21
i 300] 1 |<02 159 |1220| 350 1.12 |<02 |1.260| 970
350 1 |<02|159 |1220| 400| 112 |<02 | 1,260 | 970
~150] 1 |<0.15] 1080 870|~200] 1.12 |<0.15] 860| 690
. 200 1 | <015 1080 870| 250| 112 | <015 860 690
fEc42-52HRC | DH102
P RHRC | et 250] 1 |<o1s/1080] 870 300 112 [<045] 860 690
(1'2432‘{2’2:#21879) 3000 1 |<0.15/1,080| 700| 350| 1.12 |<0.15 860 | 550
350 1 |<015/1080| 700| 400| 112 |<015 860 550
~150| 1 |<02 |3500] 4210 |~200] 112 [<02 | 2780 | 3,340
R g 200 1 |<02 3500|4210 250| 112 |<02 | 2780 | 3,340
R 300HBLLTF | J08015
Gre;?NUdumaimn sema| 250 1 |<02 3500 4210| 300) 142 |<02 | 2780 | 3340
GG, GGG
(O 300] 1 |<02 |2860|2740| 350] 112 [<02 | 2270 2,180
350 1 |<02|2860|2740| 400 1.12 |<02 | 2270 | 2,180

2 RBHLEZ, Pf:Ey771—F,

Qe MEFEOALES, N : TEEEEE, Vi %)ERE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALOFEREIR

1) LEEDUIRISRAS . ERAIIES KO —IBIEICRUTRELIEE L,
2) CUIHREUGEF AHAHFREZ LEEMEL ) BELLTLREEV. HBNFEDEEZ FFTERALEE L.
3) BMEBNTEDZEE. FTVIAHFREIE XL TLREEV RICNB KO VIZ R FTERLIEE L,
4) I7—=70O— L&YW TREMBZITO TR E WV, FHT IEMCTOFrET NI TRV FUEB(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

e

{IEt EIF R YPHW:-15/-Ffiz 53R Y —b EEEIRG (4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIAS5—=AYE " MQAXH + BBE—E (Y15 —NvyRBA—IVBEY+>27—/\) MaX and MSN type
e, TE& (mm) Tool dia.
wEI | —k 16/17 20 20/21
Work materials | #47& KL No. of teeth 2N F#L No. of teeth 3N X#L No. of teeth 4N
Grades 4 ap ae n Vi 2 ap ae n Vi £ ap ae f f
(mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min") |(mm/min)
( PREREH ~70 | 15 | <0.2/12,900 3,870 | ~70 | 1.5 | <0.2 10,300|4,640 | ~70 | 1.5 | <0.2|10,300| 6,190
$50C, $55€) CX75
RS2SOHBIT ucewts) 120 | 1| <02| 8950/ 2150| 120 | 1 | <02 71602580 | 120 | 1 | <02 7.160] 3440
DH102
B0, o) 160 | 07 | <02/ 8950 1,790| 190 | 07 | <0.2| 7,160/ 2,150| 190 | 0.7 | <02| 7,160 2,870
om0 | oxs 70| 15 | <02 89502680 ~70| 15 | <02/ 7,160/3,220[ ~70 | 15 | <0.2| 7,160/ 4,290
Ll Dl ((J08015)) 120 1 | <02 89502150 120 | 1 | <0.2| 7,160/2580 | 120 | 1 | <0.2| 7,160| 3,440
DH102
e AR 160 | 07 | <02]| 6.960/1390| 190 | 07 | <02/ 5570/1.670| 190 | 07 | <0.2| 5570|2230
e ~70| 15 | <02] 8950 2680| ~70 | 15 | <02/ 7,160[3,220| ~70 | 15 | <0.2] 7,160 4,290
1@ 30-36HRC | JC8015
RYSBHRC | Sy | 120 1| <02 8950/ 2,150 120 | 1 | <02 7,160/ 2580 120 1 | <0.2| 7,160 3440
(1,251, =20) 160 | 07 | <02 69601390 | 190 | 07 | <02 5570/ 1670| 190 | 07 | <02 | 5570| 2,230
(nﬁ%&ﬁpﬁﬁ) ~70 | 15 | <02| 7,960/ 1,910 ~70 | 1.5 | <0.2| 6,370/2,290 | ~70 | 1.5 | <0.2| 6,370| 3,050
#B38-43HIRC | JC8015
s AsHRC | | 120 1 | <02] 6960 13%0] 120] 1 | <02|5570[1670| 120 | 1 | <02 5570] 2,230
el 160 | 07 | <02| 6.960/1110] 190 | 07 | <02/ 5570/ 1,340| 190 | 0.7 | <0.2| 5570 1,790
S . 70| 15 | <02 3980 800|~70| 15 | <02/ 3180 950| ~70| 15 | <02| 3,180/ 1,270
I-Eaﬁjeneddiesteszl Ditsy| 120 1 | <02/ 3380 540| 120 | 1 | <02 2710 630 120 1 | <02| 2710 840
1,281, Li£d79 160 - | - | - | - |19 - | - | - - l10] - -] - | -
AT ~ ~ -
s Ao 70| 1 |<o02]| 3580 720|~70] 1 |<02]| 2860 860|~70] 1 | <02 2,860 1,150
H(aaened o s pHi02 | 120 | 0.7 | <02 2.980] 480| 120 | 07 | <02]| 2390 s570| 120 | 0.7 | <02| 2,390] 760
e 60| - | - | - | -1 -| -] -] -1 -]-1]-1]-
o ~70 | 15 | <02[10900/3270| ~70 | 15 | <02] 87503040 ~70 | 15 | <0.2] 8750 5,250
B 300HBILT | JC8O15
B S OHBLLE | Sios)| 120 1| <02 8950 2150| 120 | 1 | <02 7,160/ 2580 120| 1 | <0.2| 7,160 3440
5.6, GG) 160 | 07 | <02 8950 1.790| 190 | 07 | <02 7,160 2.150| 190 | 0.7 | <02 7.160| 2,870
A7 LA ~70 | 15 | <02/ 8950/ 2,680 ~70 | 15 | <02 7,160[3220| ~70 | 1.5 | <0.2] 7,160 4,290
SUS304
25 0HBLT [ sors [ 120 | 1| <02 89502150 120 | 1 | <02 7,160 2,580 | 120 | 1 | <0.2| 7,160/ 3440
Stainless steel
Below 250HB 160 | 07 | <02/ 6.960/1,3390| 190 | 0.7 | <02|5570/1670| 190 | 07 | <0.2]| 5570|2230
o ~70 | 15 | <02] 1.790] 430] ~70 ] 15 | <02 1430 50| ~70] 15 | <02! 1430/ 690
’TT.”/ 8% | 08015
AV | (o | 120 1| <02| 1,390 280| 120| 1 | <02| 1,110 330| 120 1 | <02| 1,110 440
Titani I
remum ety 160 | 07 | <02| 1390 220] 190 07 |<o02| 1110 270| 190 | 07 | <02| 1110/ 360

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

W{ERA LDFREIR

1) LEEDVIRISRAE ERAIES KD —TBIMEICRU THEBLEE N,

2) CUWHREUSZEF ABAFREZ MBSV BESLTLREEV. HBVNFEVEEZ FIFTERALEEL,

3) BMEBNTEDHEF. FTVNAHFREIEZLTLREEV RICNB KU VIZ FIFTERLEE 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.



IEE L H YPHW:*-15/-FfiZ IF3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QAMTYI A EIa15=~\vE " MQAXH + BBE—®(TI15—NyRAF—IUBE+>2o7—I\) MaX and MSN type

// DIJET

o

TE® (mm) Tool dia.

A4
5 I A H—K~ 25/26 25/26/28
Work materials & FE No. of teeth 4N F# No. of teeth BN
Grades ap de N Vi ap de n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
P ~ ~
o B | cos 90 15 <02 | 8280 | 4970 90 15 <02 | 8280 | 6,210
BS250HBLTF ((.108015)) 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
DH102
5050, Co9) 210 | 07 | <02 | 5730 | 2290 | 210 | 07 | <02 | 5730 | 2,860
o o1 | ours 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4300
Gl Goeots) 140 | | <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
DH102
e Ato0n 210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2,230
FU\— R8H ~ ~
Gt | 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4,300
RUSBHRC | S| 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
(1,2311, £20) 210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230
JUN\— R ~ ~
T - 90 15 <02 | 5090 | 2440 90 15 <02 | 5000 | 3,050
s ASHRC | | 140 1 <02 | 4460 | 1,780 140 1 <02 | 4460 | 2,230
el 210 | 07 | <02 | 4460 | 1430 | 210 | 07 | <02 | 4460 | 1,790
B o 90 15 <02 | 2550 | 1,020 90 15 <02 | 2550 | 1,280
H(;%gzzd i St (010 140 1 <02 | 2160 690 140 1 <02 | 2,160 860
"42-52HRC 210 - - - - 210 - - - -
BEATUR ~ ~
sl S 90 1 <02 | 2290 920 90 1 <02 | 2200 | 1,150
Hﬁi’%ﬂi" e o DH102 | 140 0.7 <02 | 1910 610 140 0.7 <02 | 1,910 760
"55-62HRC 210 = = = - 210 = = = =
- ~90 15 <02 | 7000 | 4200 | ~90 15 <02 | 7,000 | 5250
& 300HBLLT | JCBO15
e SOOHBELE o) | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
Bl Aot 210 0.7 <02 | 5730 | 2,290 210 0.7 <02 | 5730 | 2,860
P EIIPL ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
(SUS304)\ JC8015
BE250HBIUT | i) | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
Stainless steel
Below 250HB 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2,230
L ~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690
FIVER | 08015
(T6A-V) | hitg) | 140 1 <0.2 890 360 140 1 <02 890 450
Titanium alloy
210 0.7 <02 890 280 210 0.7 <0.2 890 350

R RHEURZE, ap: MiARDENAHRE, Ge: FEARMDYNAARSE, n: TEEERRRE, Vi X)EE

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

W{ERA LDFREIR
1) LEEDUIHISREHS . SRR S KO T —IBIMEICRUTRELIEE L,

613 AR = LSEMELVBEUTKEET V. B2 VEXVEREZ T FTERLIEE L,
3) BMEBNTEDZEF. FTVNAHFREIEZLLTLREEVRICNB KV VIZ T FTERLEE L,

2) BUUHRELR

4) I7—70— LKW TREDEZTH>TLRE 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.



Ouick & Mini

New generation high feed mill

e

IEE L H YPHW::-15/-FfiZ IF3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EY15—NvRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

e, TEf& (mm) Tool dia.
wElAt | H—k 30/32/35 32/35
Work materials | #47& % No. of teeth BN H# No. of teeth BN
Grades £ ap Qe n 48 £ ap de / -
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
R ~ ~
el B | os 100 15 <02 | 6470 | 4,850 100 15 <02 | 6470 | 5,820
i P ((Jcso15)) 150 12 <02 | 4480 | 2,690 150 12 <02 | 4480 | 3230
DH102
5050, Co9) 210 | 1 <02 | 4480 | 2240 20 | 1 <02 | 4480 | 2690
kst o) | ocs 100 15 <02 | 448 | 3,360 100 15 <02 | 4480 | 4,030
Ll Dl ((J08015)) 150 1.2 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3,230
DH102

e e 210 1 <02 | 3480 | 1740 210 1 <02 | 3480 | 2,090

FU\— R4 ~ _

%ﬂ’gﬁ?{gﬁé‘g o 100 15 <02 | 448 | 3,360 100 15 <02 | 448 | 4,030
aaoHRC | Do) | 180 1.2 <02 | 448 | 2,690 150 1.2 <02 | 448 | 3230
(1,2311, 20) 20 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090

T\~ RS ~ ~

(%“E{\_K\—S%SHZ“%L'E%) caots 100 1.5 <0.2 3,980 2,390 100 15 <02 3,980 2,870
Void steel | orto2)| 190 1.2 <02 | 3480 | 1,740 150 1.2 <02 | 348 | 2,090
el 210 | 1 <02 | 3480 | 1,390 20 | 1 <02 | 3480 | 1670

(%RGJ:QDSASHDFI{-I@ oo 100 15 <02 | 2,000 | 1,000 100 15 <02 | 2,000 | 1,200

Haﬁjened die steel [ (DH102) 150 12 <02 1,690 680 150 12 <02 1,690 820

(12344, 1.2879) 210 1 <02 | 1,690 680 210 1 <02 | 1,690 820
YN ~ ~

(Sﬁégl sl 100 1 <02 | 1,790 900 100 1 <02 | 1,790 | 1,080

Haﬁjened die steol DH102 150 0.8 <0.2 1,490 600 150 0.8 <02 1,490 720

S 210 | 07 | <02 | 1490 420 20 | 07 | <02 | 1490 500

19'9”‘%‘(%"7%»5))[}%&% ~100 15 <02 | 5470 | 4100 | ~100 15 <02 | 5470 | 4,920

B 300HBILT | JC8O15

Gre?&Nodu\arcastiron (DH102) 150 12 <02 4,480 2,690 150 1.2 <02 4,480 3,230
B So 210 1 <02 | 4480 | 2240 210 1 <02 | 448 | 2,690
2FULRE ~100 15 <02 | 448 | 35360 | ~100 15 <02 | 4480 | 4030

(SU3304)\ JC8015

B250HBIUT | o | 150 1.2 <02 | 448 | 2,690 150 12 <02 | 448 | 3,230
Stainless steel
Below 250HB 210 1 <02 | 348 | 1,740 210 1 <02 | 3480 | 2,090

o ~100 15 <02 900 540 | ~100 15 <02 900 650
FYVEER | j0s015
(TioA-a) | ooy | 150 1.2 <02 700 350 150 12 <02 700 420
Titanium alloy
210 1 <02 700 280 210 1 <02 700 340

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

W{ERALOFEEIR

1) LEEDYIRIRAE ERAIES KT D —TBIEICRU THEBLEE N,

2) BB REUISZEF AHAHFREZ MBSV BESLTLREV. HBVFEVEREZ FIFTERALES L,

3) BMEBNTEDZEE. FTVNAHFRETEZLLTLREEV RICNB KV VIZTIFTERLEE L,

4) I7 =7 O— LKW TREMEBZTH>OTREE W, FIC IEMCTOFvET A NI TIFII S FTRIRITERLEE 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.



IEE L H YPHW:*-15/-FfiZ IF3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QAMTYIZ EIa15=~\vE " MQAXH + BBE—#(TI15—NyRAF—ILBE+>2o7—I\) MaX and MSN type

// DIJET

o

TE& (mm) Tool dia.

A
1 Ell A H—k 40/ 42 40
Work materials | #47& % No. of teeth BN T No. of teeth 7N
Grades dp ae . Vi ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~
) 0| oos 100 15 <02 | 5170 | 4,650 100 15 <02 | 5,170 5,420
L sl ((.108015)) 150 15 <02 | 5170 | 4650 150 15 <02 | 5170 | 5420
DH102
5050, C59) 20 | 1 <02 | 3580 | 2580 20 | 1 <02 | 3580 | 3010
skont aor1) | oxrs 100 15 <02 | 3580 | 3220 100 15 <02 | 3,580 3,760
g HERIR ((J08015)) 150 | 15 <02 | 3580 | 3220 150 | 15 <02 | 3580 | 3,760
DH102
“s%‘f’é‘vﬁ’z%gﬁég) 210 1 <02 | 279 | 2010 210 1 <02 | 2,790 2350
FTUN\— RV ~ N
ggﬁb”gbpgg ﬁ% oo 100 15 <02 | 3580 | 3220 100 15 <02 | 3,580 3,760
St C | iDr102) 150 15 <02 | 3580 | 3220 150 15 <02 | 3,580 3,760
(1,2311, £20) 210 | 1 <02 | 2790 | 2010 20 | 1 <02 | 2790 | 2350
TUI\— R4 ~ ~
(ﬁ'\g@g’BHil\ghEZé) Lcaots 100 1.5 <0.2 3,180 2,290 100 15 <02 3,180 2670
“Mold steel (DH102) 150 1.5 <0.2 3,180 2,290 150 15 <02 3,180 2,670
) 210 | 1 <02 | 2790 | 1670 20 | 1 <02 | 2790 | 1950
(%P«GJ’QD?SHDFT@ oo 100 15 <02 | 1,590 950 100 15 <02 | 1,590 1,110
a2 | (ki) 150 15 <02 | 1,590 950 150 15 <02 | 1,350 1,110
(1.2344, 1.2379) 210 | 1 <02 | 1350 650 210 | 1 <02 | 1350 760
AN ~ ~
%E’J e 3518) 100 1 <02 | 1,430 860 100 1 <02 | 1,430 1,000
Haﬁjened die steel | DH102 150 1 <0.2 1,430 860 150 1 <02 1,430 1,000
et 2o Tl 210 | 07 | <02 | 1190 570 210 | 07 <02 | 1190 670
5% S ~100 15 <02 | 4380 | 3,940 | ~100 15 <02 | 4380 | 4600
B 300HBILT | JC8O15
Gre?& Nodular castiron | (DH102) 150 1.5 <02 3,580 3,940 150 1.5 <02 3,580 4,600
Below 300HB 210 1 <02 | 3580 | 2580 210 1 <02 | 3,580 3,010
25V LS ~100 15 <02 | 3580 | 3220 | ~100 15 <02 | 3,580 3,760
O
& AT (DH102) 150 1.5 <0.2 3,580 3,220 150 15 <02 3,580 3,760
Stainless steel
Below 250HB 210 1 <02 | 279 | 2010 210 1 <02 | 2,790 2,350
R ~100 15 <0.2 720 520 | ~100 15 <0.2 720 610
’?‘T.""/ 8% | 0015
6A-4Y) | (Dh102) 150 15 <0.2 560 520 150 15 <0.2 560 610
Titanium alloy
210 1 <0.2 560 340 210 1 <0.2 560 400

R RHEULRE, ap: MiARDENAHRE, Ge: FEARMDYNAARE, n: TEEERRRE, Vi k)EE

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

W{ER LDFEEIR
1) LEEDUIHISAHS . RIS KO — ISR U TRELIEE L,

613 AR Z LSEMELNBELUTKEET V. H2 VXV EREZ T FTERLIEE L,
3) BMEBNTEDZEF. FTVPAHFREIE XL TLREEV RICNB KV VIZ T FTERLEE L,

2) BUUHRELR

4) I7—=70O— LKW TREMEZTO>TRE 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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New generation high feed mill

e

EIEE £ YPHW-15/-Ffi2 ISR VY —b EL05IRE (4]

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

(Y TER (m:1) Tool dia.
wE | Y-k 4
Work materials | #4%& F# No. of teeth BN T#L No. of teeth 7N
Grades e ap de n Vi g ap de [ f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 15 <02 | 5170 | 4650 | ~150 15 <02 | 5170 | 5430
(850C. 550) | gx75 200 15 <02 | 5170 | 4,650 200 15 <02 | 5170 | 5430
Bc2S0MBLT | (cs015)[ 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(c50,c55) | (DH102) | 300 0.7 <02 | 3580 | 2360 300 0.7 <02 | 3580 | 2750
Below 250HB 350 _ B _ _ 350 _ B _ _
Tom ~150 | 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(sKD61, SKD11)_| (x5 200 | 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
BE25oHBLIT | (cs015) 250 | 1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(12344, 1.2379) | (DH102) | 309 07 <02 | 2790 | 1,670 300 07 <02 | 2,790 | 1,950
Below 255HB 350 B _ B B 350 B _ _ B
S \— kY38 ~150 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(ewr pxs Po0) | | 200 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
o C | iz | 250 | 1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(1.2311, P20) 30 | 07 <02 | 2,790 | 1,670 30 | 07 <02 | 2,790 | 1,950
30-36HRC 350 - _ _ _ 350 - _ _ _
JU\— KV ~150 | 15 <02 | 3,180 | 2290 | ~150 15 <02 | 3,180 | 2670
(NAK80, HPM1, P21) 200 1.5 <0.2 3,180 2,290 200 1.5 <0.2 3,180 2,670
ARG | e [ 250 | 1 <02 | 2790 | 1670 250 | 1 <02 | 2790 | 1,950
(1.2311, P21) 30 | 07 <02 | 2790 | 1,340 30 | 07 <02 | 2,790 | 1560
38-43HRC 350 B _ _ B 350 B _ B B
AN ~150 15 <02 | 1,590 950 | ~150 15 <02 | 1,590 | 1,110
(k06T DAC DHA)| | 200 15 <02 | 1,590 950 200 15 <02 | 1,590 | 1,110
et vt | (Do) | 250 | 1 <02 | 1350 650 250 | 1 <02 | 1350 760
(1.2344, 1.2379) 30 | 07 <02 | 1,350 650 30 | 07 <02 | 1,350 760
42-52HRC 350 _ _ _ B 350 _ _ _ _
A ~150 | 1 <02 | 1,430 860 | ~150 1 <02 | 1,430 | 1,000
(K011 SLD, DC11) 200 | 1 <02 | 1,430 860 200 1 <02 | 1,430 | 1,000
oo B2HAC | pHio2 | 250 | 0.7 <02 | 1,190 570 250 | 0.7 <02 | 1,190 670
(1.2344, 1.2379) 30 | 05 <02 | 1,190 360 30 | 05 <02 | 1,190 420
55-62HRC 350 _ _ _ _ 350 _ _ — _
Py ~150 15 <02 | 4380 | 3940 | ~150 15 <02 | 4380 | 4,600
Jeren | eeors | 200 15 <02 | 4380 | 3,940 200 15 <02 | 4380 | 4,600
B o | i | 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(GG, GGG) 30 | 07 <02 | 3580 | 2,150 30 | 07 <02 | 3580 | 2510
Below 300HB 350 B - B B 350 B - B B
- ~150 | 15 <02 | 3580 | 3,220 | ~150 15 <02 | 3580 | 3,760
508300 | jogors | 200 | 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
BE2050HBLT | ipop) [ 250 |1 <02 | 2,790 | 2,010 250 1 <02 | 2,790 | 2350
ainless stee
Slainless steol ggg 0.7 <02 | 2,790 | 1,670 ggg 0.7 <02 | 2,790 | 1950
~150 15 <02 720 520 | ~150 15 <02 720 610
FEVEE | ags |20 15 <02 720 520 200 15 <0.2 720 610
(Ti6AR4Y) | (o [ 250 1 <02 560 340 250 1 <02 560 400
Titanium alloy 300 0.7 <02 560 270 300 0.7 <02 560 320
350 - - - - 350 - - - -

R RHELRE, ap: MARDYHAARE, Ge: FBEAMEMDYHAARE, 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{ERA LDFETEIR

1) EECDUIHISRME BERAIMES KD — TR TRELEE W,

2) UUWHRELUIBEF ANAH TS Z LEEBIEXBEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) WRENARBDHBE(E FTUWAHFRIZELLTLKIEE WV RICNB KV VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>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)
QAMIYIRA RTPIALTITSA R QAXPR QXP type (facemill type)

A TE%R (mm) Tool dia.
WEIH | O—h 50 50/ 52

Work materials | #47& H# No. of teeth 7N X# No. of teeth 8N
Grades 2 ap ae n Vi . 2 ap ae / f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 2 <02 | 4140 | 4350 | ~150 2 <02 | 4140 | 4,970
(830€, 8550) | cx75 200 2 <02 | 4140 | 4350 200 2 <02 | 4140 | 4970
B 250MBLIT | (1cgo15)| 250 | 2 <02 | 4140 | 4350 250 | 2 <02 | 4140 | 4970
(c50,c55) | (DH102) 300 15 <0.2 2,860 2,400 300 15 <0.2 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) | 75 200 2 <02 | 2860 | 3,000 200 2 <02 | 2860 | 3,430
W&2SOHBLT | (1caot5)| 250 | 2 <02 | 2,860 | 3,000 250 | 2 <02 | 2,860 | 3430
(1.2344, 1.2379) | (DH102) 300 15 <0.2 2,860 2,400 300 1.5 <0.2 2,860 2,740
B A3l 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
U= FsE ~150 2 <02 | 2860 | 3,000 | ~150 2 <02 | 2860 | 3,430
(pnir.PX5 P20) | 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
oo C | iioo) | 250 | 2 <02 | 2860 | 3,000 250 | 2 <02 | 2860 | 3430
(12311, P20) 300 15 <02 | 2860 | 2,400 300 15 <02 | 2860 | 2,740
80-36HRC 350 15 <02 | 2860 | 2,400 350 15 <02 | 2860 | 2,740
Zunotom ~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 | s 250 | 2 <02 | 2550 | 2,140 250 | 2 <02 | 2550 | 2450
(12311, P21) 300 15 <02 | 2230 | 1,560 300 15 <02 | 2230 | 1,780
S EHIRE 350 15 <02 | 2230 | 1,560 350 15 <02 | 2230 | 1,780
A ~150 15 <02 | 1,270 890 | ~150 15 <02 | 1270 | 1,020
(SK067,DAC DA [ 200 15 <02 | 1,270 890 200 15 <02 | 1270 | 1,020
B etorn oict | (pro) | 250 | 15 <02 | 1,270 890 250 | 15 <02 | 1,270 | 1,020
(1.2344, 1.0379) 300 12 <02 | 1,080 600 300 12 <02 | 1,080 690
42-52HRC 350 12 <02 | 1,080 600 350 12 <02 | 1,080 690
e ~150 15 <02 | 1,150 810 | ~150 15 <02 | 1,150 930
(SKD1T.SLD, DC11) 200 15 <02 | 1,150 810 200 15 <02 | 1,150 930
R oo-B2HAC | pHio2 [ 250 15 <0.2 | 1,150 810 250 15 <0.2 | 1,150 930
(1.2344, 1.2379) 300 1 <02 950 530 300 1 <02 950 610
SRR 350 1 <02 950 530 350 1 <02 950 610
A Sk ~150 2 <02 | 3500 | 3680 | ~150 2 <02 | 3500 | 4210
CRD o | 200 2 <02 | 3500 | 3,680 200 2 <02 | 3500 | 4210
ot Do | 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 300HB 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2860 | 2,740
I ~150 2 <02 | 2860 | 3,000 | ~150 2 <02 | 2860 | 3,430
505300 | Jcagts |20 2 <02 | 2860 | 3,000 200 2 <02 | 2860 | 3,430
26 0HBLIT | o [ 250 2 <02 | 2860 | 3,000 250 2 <02 | 2860 | 3,430
fanless sieel 30 | 15 | <02 | 2860 | 2400 30 | 15 | <02 | 2860 | 2740
350 15 <02 | 2860 | 2,400 350 15 <02 | 2860 | 2,740
~150 2 <02 570 480 | ~150 2 <02 570 550
Fovas 200 2 <02 570 480 200 2 <02 570 550
(Ti-6A-2V) (Jggfgg) 250 2 <0.2 570 480 250 2 <0.2 570 550
Titanium alloy 300 15 <02 450 320 300 15 <02 450 370
350 1. <0.2 450 320 350 15 <02 450 370

2 RELEZ, ap: ARDYNAALRE, Qe: FREAMOYNAAES, n: TEEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EDOFEEIR
1) EECOUIHISRME BERAIIES KOO — TR TRELEE WV,

2) UUWHREUIBEF ANAHFS Z LEEBIELBHEUTREV. 2 VFEVREZ T IFTERLEE L,

3) WHENABDBE (& FTUWAHFREZELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— LXK TREMBZTH>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.
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Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYIRA RTPIALTITSA R, QAXPR QXP type (facemill type)

A TE®& (mm) Tool dia.
# Hl #4 s 63 /66
Work materials | #473& H# No. of teeth 8N
Grades (mér?n) (rﬁr?]) (rﬁr%) (mIi71") (mmV:nin)
e ~200 2 <02 | 3290 | 30950
(850, $550) | cx75 250 2 <02 | 3290 | 3950
B 2S0HBLT | (0s015)[ 300 | 2 <02 | 3290 | 3950
(c50, c55) | (DH102) 350 15 <0.2 2,270 2,180
Below 250HB 400 15 <02 | 2270 | 2,180
T ~200 2 <02 | 2270 | 2,720
(sKD6, SKD11) | x5 250 2 <02 | 2270 | 2,720
W& 25OHBLT | (1co15) 300 | 2 <02 | 2270 | 2,720
(1.2344,1.2379) |(DH102) [ 350 15 <02 | 2270 | 2,180
Bl 238 400 15 <02 | 2270 | 2,180
S \— kv ~200 2 <02 | 2270 | 2,720
(Hour,PX6.P20) | s [ 250 2 <02 | 2270 | 2,720
Notd el | (oH102) | 300 2 <02 | 2270 | 2,720
(1.2311, P20) 350 15 <0.2 2,270 2,180
30-36HRC 400 15 <02 | 2270 | 2,180
P ) ~200 2 <02 | 2020 | 1,940
NAK8D, HPI1, P21 250 2 <02 | 2020 | 1,940
B RC | _300 | 2 <02 | 2020 | 1,940
(12311, P21) 350 15 <02 | 1,770 | 1,410
SRR 400 15 <02 | 1,770 | 1,410
AN ~200 15 <02 | 1,010 810
(SKD61 DAC, DHA) 250 15 <02 | 1,010 810
s -
i s o (J[m% 300 15 <02 | 1,010 810
(1.2344, 1.2379) 350 12 <0.2 860 550
42-52HRC 400 1.2 <02 860 550
T ~200 15 <02 910 740
(%%QJ })BSIéDEI-[:I%E) 250 15 <0.2 910 740
BB | DH102 300 15 <02 910 740
(1.2344, 1.2379) 350 1 <02 750 480
il 400 1 <02 750 480
nFH- 5591 VEs ~200 2 <0.2 2,780 3,340
(FC. FCD) 250 2 <02 | 2780 | 3,340
= N
B ohoai | Do) | 800 |2 <02 | 2780 | 3340
(GG, 6GG) 350 15 <02 | 2270 | 2,180
Below 300HB 400 15 <02 | 2270 | 2,180
. ~200 2 <02 | 2270 | 2,720
A0 | joggrs | 290 |2 <02 | 2270 | 2720
B 250HBLIT | (e [ 300 2 <02 | 2270 | 2,720
faniess sieel 350 | 15 | <02 | 2270 | 2,180
400 15 <02 | 2270 | 2,180
~200 2 <02 450 440
Fovae 250 2 <02 450 440
(Ti-6A2V) mg 300 2 <02 450 440
Titanium alloy 350 15 <0.2 360 300
400 15 <0.2 360 300

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

W{ERA LDFETEIR

1) EECDUIHISRME BERAIMES KD — TR TRELEE W,

2) UUWHRELUIBEF ANAH TS Z LEEBIEXBEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) WRENARBDHBE(E FTUWAHFRIZELLTLKIEE WV RICNB KV VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>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 EIaAS—AYF MAXF + BE—B(TEY15—\vREZ—IVEBEY+>207—I\) MaX and MSN type

% TE#% (mm) Tool dia.
wHEId | Y—b 16 /17 20 20/21
Work materials | #& F# No. of teeth 2N X% No. of teeth 3N H# No. of teeth 4N
SRR (mm) (rﬁr?]) (n?r?]) (min) (mm\ﬁqin) (mm) (rfr%) (rfr%) (min) (mm/rfnin) (mérzn) (rﬁr'%) (r?r%) (min-) (mm/r;in)
Qﬁﬁ% . ~70 | 02 |8~16/5,200 2,600 ~70 | 0.2 |10~20| 4,200 3,150 | ~70 | 0.2 |10~18| 4,200 | 4,200
@%(%%538?1:%{? (Diio)| 120 | 0.2 |8~16/3,900 1550 | 120 0.2 |10~20 3,200 1950 120 | 0.2 |10~18|3,200 | 2,550
Below 250118 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
S S ~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
BEGOSHBLT | Mow| 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
it T 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
T ~70 | 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
®E30-36HRC | 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
(12311, £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
(NK%SY\H;“I;%%@) ~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
B3B8 4SHRC | pHio2 | 120 | 0.2 [8~16/3,000| 600| 120 | 0.2 |10~202,400| 720| 120 | 0.2 |10~18]2,400 960
el 160 | 0.2 |8~10/2550| 500| 190 | 0.2 |10~12|2,050| 600| 190 | 02 |10~12| 2,050 | 800
B | or o o | | 08wl 1mo o] 20| 0o o 1m0
o5 5379, : : : ’ ' ’
42-52HRC 160 | - - - - 190 | - - - - 190 | - - - -
BEANSE ~ ~ ~ ~ ~ ~
GBI L ooz Tota 100l o] 20| 02 oz 0| 2ol 120 02 [t am0| 10
e ' | ' '
55-62HRC 160 | - = = = 190 | - - - - 190 | - = = =
PTG 55 L ~70 | 02 |8~16|4,000 1,600 ~70 | 0.2 |10~20|3,180 1,910 | ~70 | 0.2 |10~18| 3,180 | 2,540
B ooHBA | oH102 | 120 | 02 |8~16]3,000 900| 120 | 0.2 |10~202,390| 1,080 | 120 | 02 |10~18 2,390 | 1,430
Below 0048 160 | 02 |8~10|2,600| 520| 190 | 0.2 |10~12|2,070| 630| 190 | 02 [10~12|2,070 | 830
257 VLA ~70 | 02 |8~16|3,600 1,080 | ~70 | 0.2 |10~20| 2,860 1,290 | ~70 | 0.2 |10~18| 2,860 | 1,720
ﬁﬁgi%i?%éx DH102 | 120 | 0.2 |8~16|2,600| 620| 120 | 0.2 |10~20|2,070| 750| 120 | 0.2 [10~18|2,070 | 1,000
Below 250HB 160 | 0.2 |8~10|2,000| 400| 190 | 0.2 |10~12|1,590| 480| 190 | 0.2 [10~12|1,590 | 640
e ~70 | 02 |8~16/1,000 300|~70 | 0.2 |[10~20| 800| 360|~70 | 0.2 |10~18] 800 480
(Ti6A-4V) | DHI02 | 120 | 02 |8~16| 600 120| 120 | 0.2 |10~20 480  150| 120 02 |10~18/ 480 200
Tamum aloy 160 | 02 |8~10] 600 120| 190 | 02 |10~12| 480  150| 190 | 0.2 |10~12| 480| 200

R RHEURZE, ap: MiARDENAHRE, Ge: FEARMDYNAARSE, n: TEEERRRE, Vi X)EE

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

W{ERALDEEEIR

1) LECOVIHISRAE MBS KD — TR THEELZE L,
2) CUUDRELUISEIE IHAHFRES Z MBI DAL TRET V. HBVIEENEEZ T FTEALIEE L,
3) WRETAREDHZE(E FTUPAHRSZXZ LTSV RICNB LV VIZ R IFTERLEE L,
4) I7 =7 O0— LKW ST IRELEZITOTLRE LV BT IEMCTODF v ET A I T TN TREBSERLZE L,
5) MTHRENC KN TEREDBSNRVESEEYPHW-FREA VY — NI K BEXRUN T 2R N UE T EX VI TS, LEEtIHISRM O OE

RE70~80%. EWEEA0~60%ZHRELTLIEET WV Fe YPHWH-FRES KUYPHW-24F24 > 8 — M K DIRET L IFDEX D HIHIZ

HFWEBAH S OJ DJREIEMH ZSREE VN (EEQRI—RF&KY),

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 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 that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW > -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.

O30
- =
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Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EY15—NvRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

A TE= (mm) Tool dia.
wulkt | Y—bk 25/26 25/26/28
Work materials MiE F#4 No. of teeth 4N X8 No. of teeth BN
Grades £ ap de n Vi A ap de . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
LT ~90 02 |125~25| 3400 | 3400 | ~90 02 |125~22| 3400 | 4,250
BE250HBLIT| CX75 _ -
CoHBE T ooy | 140 02 |125~25| 2500 | 2,000 140 0.2 |125~22| 2500 | 2,500
5050, C59) 210 | 02 | 125~15 2200 | 1550 | 210 | 02 |125~15| 2200 | 1,900
oo | 90 02 |125~25| 3050 | 2750 90 02 |125~22| 3050 | 3,400
RSB Shiom | 140 02 |125~25| 2250 | 1,800 140 02 |125~22| 2250 | 2,250
e Ato0n 210 | 02 |125~15| 2,000 | 1400 | 210 | 02 |125~15| 2,000 | 1,750
T b 90 02 |125~25| 2,800 | 2250 90 02 |125~22| 2,800 | 2,800
BE3036HRC | pH1oz | 140 02 |125~25| 2100 | 1500 140 02 |125~22 2100 | 1,900
(1,2311, 20) 210 | 02 |125~15| 1800 | 1200 | 210 | 02 |125~15| 1800 | 1,500
TU)\— R ~ ~ ~ ~
Al 90 02 |125~25| 2550 | 1,250 90 02 |125~22| 2550 | 1,500
3B ASHRC | D102 | 140 02 |125~25 1,900 750 140 02 |125~22| 1900 950
el 210 | 02 |125~15| 1,650 650 | 210 | 02 |125~15| 1,650 850
koA 90 02 |125~25| 1270 510 90 0.2 |125~22| 1,270 640
g;g;g;,ﬁ;;;@g DH102 | 140 02 |125~25 1,020 410 140 02 | 125~22| 1,020 510
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
AN ~ ~ ~ ~
st 3o 90 02 |125~25| 890 250 90 02 |125~22| 890 310
”(2‘@3,23"1‘“533%83" DH102 | 140 02 |125~25| 640 130 140 02 |125~22| 640 160
"55-62HRC 210 - = = - 210 - = - -
m"‘af(gg F’»ég;bﬁi* ~90 02 |125~25| 2550 2,040 ~90 02 |125~22| 2550 2,550
@& 300HBILT ~ ~
RO | oHo2 | 140 02 |125~25| 1910 | 1,150 140 0.2 |125~22| 1910 | 1,440
5.6, 66G) 210 | 02 |125~15| 1,660 660 | 210 | 02 |125~15| 1660 820
R 7L ~90 02 |125~25| 2290 | 1370 | ~90 02 |125~22| 2290 | 1,710
SUS304
BE250HBLIT | D02 | 140 02 |125~25| 1,660 800 140 02 |125~22| 1,660 | 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
FyVESE
(T-6A-4V) | DH102 | 140 02 |125~25| 380 150 140 0.2 |125~22| 380 190
Titanium alloy
210 02 |125~15| 380 150 210 02 |125~15| 380 190

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

W{ERALDFEEEIR

1) LEEDYIHIRMEE MBI S KD —IRIMEICHRU TR IZE L,

2) UTUNBRELIHER BAFREZ LEEHBLIBELTREWV, H2VIEEVREZ FFTEREE WL,

3) BB NIARRDBERF. FIAHFRIZEZLLTLREE V. RICNB LU VIETFTERLEE L,

4) I7—=JO— LKW TREMBZIT >TSSV FHT IIFEMCTOF vET A NI TRV TRURISERL S LY,

5) MTIRENC KW TERRENESNIEVMESIFYPHW-FR A VP — MK BDIEXRV I T E RV UE T XU TR, EECYIHISREDOIRRE 70~
80%. EWREA0~60%ZERELTLIEE W FIo YPHW-FRES KVYPHW - 2471 8 — NI KB EEML _EIFOEXVEIEIREIFWEBASY O
DYHIREZSRLIZEV (GEQRI—REY).

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 Feed speed.

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

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

(= (=]
i 2

Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.

D
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMTYIZ EIa15=~\vE " MQAXH + BBE—#(TI15—NyRAF—ILBE+>2o7—I\) MaX and MSN type

A TE® (mm) Tool dia.
wEA | P—h 30/32/35 32/35
Work materials | #47& H# No. of teeth 5N F# No. of teeth BN
Grades 4 ap ae n Vi 4 ap ae . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
== ~100 02 | 16~32 | 2650 | 3300 | ~100 02 | 16~30 | 2,650 | 3,950
B 250HBLIT| CX75 _ -
CROHBL | oo | 150 02 | 16~32 | 2650 | 3,300 150 02 | 16~30 | 2,650 | 3,950
5050, C00) 210 | 02 | 16~32 | 2,000 | 2000 | 210 | 02 | 16~30 | 2000 | 2400
s | 100 02 | 16~32 | 2400 | 2700 100 02 | 16~30 | 2400 | 3200
SEBAMBLLR| XISy 150 02 | 16~32 | 2400 | 2700 150 02 | 16~30 | 2400 | 3,200
e At0n 210 02 | 16~32 | 1800 | 1,800 210 | 02 | 16~30 | 1,800 | 2,150
kv 100 02 | 16~32 | 2200 | 2200 100 02 | 16~30 | 2,200 | 2,600
BE30-36HRC | piip 150 02 | 16~32 | 2,200 2,200 150 02 | 16~30 | 2200 | 2600
(12311, £20) 210 | 02 | 16~32 | 1,650 | 1500 | 210 | 02 | 16~30 | 1650 | 1,800
i o o 100 02 | 16~32 | 2,000 1,200 100 02 | 16~30 | 2,000 | 1,450
R 38-43HRC | ph1p2 150 02 | 16~32 | 2,000 1,200 150 02 | 16~30 | 2000 | 1450
el 210 | 02 | 16~32 | 1500 750 210 | 02 | 16~30 | 1500 900
(SKI_)\_GLDAC,DHA) 100 0.2 16~32 1,000 500 100 0.2 16~30 1,000 600
B A2-52HAC b1z | 150 | 0.2 | 16~32 | 1,000 500 150 | 02 | 16~30 | 1,000 600
(2304, 1 2379 210 02 | 16~20 800 400 210 02 | 16~20 800 480
BEANEE ~ ~ ~ ~
sl 3R 100 02 | 16~32 700 250 100 02 | 16~30 700 300
fR55-62HAC | DHio2 150 02 | 16~32 700 250 150 02 | 16~30 700 300
ot i) 210 | 02 | 16~20 | 500 130 20 | 02 | 16~20 | 500 160
A ey ~100 02 | 16~32 | 1,990 1,990 | ~100 02 | 16~30 | 1990 | 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 | 1,120 | 210 | 02 | 16~30 | 1490 | 1,340
R ~100 02 | 16~32 | 1,790 1340 | ~100 02 | 16~30 | 1790 | 1,610
SUS304
BE250HBLLT | DHI02 150 02 | 16~32 | 1,790 1,340 150 02 | 16~30 | 1790 | 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
Fyvas
(T-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 RELRE, ap: BIARDYNAHRE, Ge: FEABMDYLAZRE, n: TEREERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EOFEEEIE

1) LEEDYIRIRMEE MBS KD —IRIMEICRU TR IZE WL,

2) UUWDREUCBEF AR Z LSEHEL ) BELLTLREWV, HBWVREVREZ T FTERLEEL,

3) BB NIARRDBERF. FIAHFRIZEZLLTLREE VW RICNB LU VIETFTERLEE L,

4) I7 =7 0O—IC&WTIWLKTREMBEZITOTLIEE WV, FIC IIFEMCTDF v EFT AT TRV FTUBISERLIEE W,

5) MTIRENC KW TERENESNIEVMESIFYPHW*-FR A VS — MK BIEXRV I T E RN UE T XU TR, EECtIHISREDOIRRE 70~
80%.iXVREA0~60%EBRELTL RSV, Ffe. YPHW-FES KUYPHW*-24F 1 > & — N KD RETL _EIF DXV UIEIZAFIFWEBAYO T
DYBIFREESREEV (BEERQRI—REN),

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 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 that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed

conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.

Ok 10
i 2
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Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EY15—NvRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

A TER (mm) Tool dia.
# Hl #4 HY—k 40/42 40
Work materials | #473& H# No. of teeth BN X No. of teeth 7N
Grades £ ap ae n Vi 2 ap ae r f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(ssﬁﬁ?sc) ~100 0.2 20~40 | 2100 | 3,150 | ~100 0.2 20~38 | 2,100 3,650
B 250HBLIT| CX75 _ -
CeooBR T oon| 150 02 | 20~40 | 2100 | 3,150 150 02 | 20~38 | 2100 | 3,650
5050, Co0) 210 | 02 | 20~40 | 1570 | 1,900 210 | 02 | 20~38 | 1570 | 2200
s | 100 02 | 20~40 | 1890 | 2850 100 02 | 20~38 | 1890 | 3,300
SEDAMBLLR | oy 150 02 | 20~40 | 1890 | 2,850 150 02 | 20~38 | 1890 | 3,300
e ARa 210 02 | 20~40 | 1410 | 1,700 210 | 02 | 20~38 | 1410 | 2,000
OIS - ~ — —
PR | 100 02 | 20~40 | 1750 | 2100 100 02 | 20~38 | 1750 | 2450
BE30-36HRC | piip 150 02 | 20~40 | 1,750 | 2,100 150 0.2 20~38 | 1750 | 2.450
(12311, F20) 210 | 02 | 20~40 | 1300 | 1400 210 | 02 | 20~38 | 1300 | 1,650
TYUI\— R4 ~ ~ ~ ~
TR 100 02 | 20~40 | 1600 | 1,150 100 02 | 20~38 | 1600 | 1,350
38 43HRC | 1oz 150 02 | 20~40 | 1,600 | 1,150 150 0.2 20~38 | 1,600 | 1,350
el 210 02 | 20~40 | 1,200 720 210 02 | 20~38 | 1,200 840
(BT B D) 100 02 | 20~40 800 480 100 02 | 20~38 800 560
e 42-52HAC | piip2 150 02 | 20~40 800 480 150 02 | 20~38 800 560
(1.2344, 1.2579) 210 02 | 20~40 640 380 210 02 | 20~38 640 440
AT ~ ~ ~ ~
sl sl 100 02 | 20~40 560 240 100 02 | 20~38 560 280
fR55-62HAC | DHio2 150 02 | 20~40 560 240 150 02 | 20~38 560 280
s pRr) 210 | 02 | 20~40 | 400 120 210 | 02 | 20~38 | 400 140
5% 322 ~100 02 | 20~40 | 1590 | 1910 | ~100 | 02 | 20~38 | 1590 | 2230
ﬁg;emgdgggm DH102 150 02 | 20~40 | 1590 | 1910 150 02 | 20~38 | 1590 | 2230
B So 210 02 | 20~40 | 1,190 | 1,070 210 02 | 20~38 | 1190 | 1250
z?—-yu;ﬁﬁlﬂ ~100 02 | 20~40 | 1430 | 1290 | ~100 02 | 20~38 | 1430 | 1,500
SUS304
BX250HBLIT | DHIO? 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
FyvaE
(T-6A-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 RELRE, ap: BiARDYNHAHRE, Ge: FEABMDYLAZRE, N : TEEERE, Vi FX)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFEEEIR

1) LEEDEIEISMAHE EBIES KO —IBIEICHU TRELZE L,

2) UCUDREUBEIF AR Z LEEHES) HEUTLET V. HBNEHEVREZ TFTERLEE L,

3) ERBNTRDHER. FTUPAHFRS R U TLKEEV RICNB KU VIZTIFTERLIEE L,

4) I7—J 00— KUK TREDBZITOTLEE V) BT IIEMCTODF v EFT A NI TIEIW K FBITEFRLIZE WY

5) MIEEC KU TEEENESNBEVWEEEYPHW:-FEA T — MR BEXRUN TRV UE T XU TR, LIRS O EEHERE70~80%. EUEE40~60%
ZEREVTLIEE V. e, YPHW-FIES KUYPHW- 244 5 — M &K B RETT £ (F OEEVEIEIRASWEBA Y OJ OEJHIR4 2SR EE WV (BEEQRI—REL)

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 that vibration prevents good surface roughness, recommend to use YPHW 3 -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.

®
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMIYIRA RTPIALTITSA R QAXPR QXP type (facemill type)

A TEZ (mm) Tool dia.
wElM | P—b 40
Work materials | #& F#L No. of teeth BN X#L No. of teeth 7N
Grades Y ap e n Vi £ ap e . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | 0.2 | 20~40 | 2,100 | 3150 | ~150 | 0.2 | 20~38 | 2,100 | 3,680
(90 8550 | 200 | 02 | 20~40 | 2,00 | 3,150 200 | 02 | 20~38 | 2,100 | 3,680
B B ™ | ohion | 250 | 02 | 20~40 | 1570 | 1890 250 | 02 | 20~38 | 1570 | 2,200
(c50, C55) 30 | 02 | 20~22 | 1360 | 1,640 30 | 02 | 20~22 | 1360 | 1,900
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tam ~150 | 0.2 | 20~40 | 1,890 | 2,830 | ~150 | 02 | 20~38 | 1,890 | 3,300
(SKD6T, SKD11) 200 | 02 | 20~40 | 1,890 | 2,830 200 | 02 | 20~38 | 1,890 | 3,300
REBOOHBIT | Shion | 250 | 02 | 20~40 | 1410 | 1,700 250 | 02 | 20~38 | 1410 | 1,980
(1.2344, 1.2379) 30 | 02 | 20~22 | 1220 | 1470 30 | 02 | 20~22 | 1220 | 1,710
Below 255HB 350 _ — _ _ 350 — — _ _
TUN\— R ~150 | 0.2 | 20~40 | 1,750 | 2,00 | ~150 | 0.2 | 20~38 | 1,750 | 2,450
(HPI7, PX5, P20) 200 | 02 | 20~40 | 1,750 | 2,100 200 | 02 | 20~38 | 1,750 | 2,450
®E30-38HRC | phio2 [ 250 02 | 20~40 | 1,300 | 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 _ — — _
T \— R4 ~150 | 0.2 | 20~40 | 1,600 | 1,150 | ~150 | 02 | 20~38 | 1,600 | 1,350
(NAKED, HPIIT P21) 200 | 02 | 20~40 | 1,600 | 1,150 200 | 02 | 20~38 | 1,600 | 1,350
B 38-43HRC prio2 | 250 0.2 | 20~40 | 1,200 720 250 0.2 | 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 — _ — _
B ANSE ~150 | 02 | 20~40 | 800 480 | ~150 | 02 | 20~38 | 800 560
(SKD6 T, DAC, DHA) 200 | 02 | 20~40 | 800 480 200 | 02 | 20~38 | 800 560
e 42-52HAC | o2 | 250 0.2 | 20~40 | 640 380 250 02 | 20~38 | 640 440
(1.2344, 1.2379) 300 | 02 | 20~22 | 400 120 30 | 02 | 20~22 | 400 140
42-52HRC 350 — _ — _ 350 — _ — —
K ASE ~150 | 0.2 | 20~40 | 560 240 | ~150 | 02 | 20~38 | 560 280
(SK011, SLD, Dc11) 200 | 02 | 20~40 | 560 240 200 | 02 | 20~38 | 560 280
CooBEHAC | DH102 | 250 | 0.2 | 20~40 | 400 120 250 | 02 | 20~38 | 400 140
(1.2344, 1.2379) 300 | 02 | 20~22 | 400 120 300 | 02 | 20~22 | 400 140
55-62HRC 350 — — — — 350 — — — —
0% 554 ik ~150 | 0.2 | 20~40 | 1590 | 1,910 | ~150 | 0.2 | 20~38 | 1590 | 2,230
_FeFoD). 200 | 02 | 20~40 | 1590 | 1,910 200 | 02 | 20~38 | 1590 | 2,230
BB oHio2 [ 250 | 02 | 20~40 | 1,190 | 1,070 250 | 02 | 20~38 | 1,190 | 1,250
, 30 | 02 | 20~22 | 1,080 620 30 | 02 | 20~22 | 1,080 720
Below 300HB 350 — _ _ — 350 — _ — —
N~ ~150 | 0.2 | 20~40 | 1,430 | 1,290 | ~150 | 02 | 20~38 | 1430 | 1,500
(505304 200 | 02 | 20~40 | 1430 | 1,290 200 | 02 | 20~38 | 1430 | 1,500
200HBLIF| DHI02 | 250 | 02 | 20~40 | 1,00 740 250 | 02 | 20~38 | 1,030 870
ainless stee
hanjess siee 30 | 02 | 20~22 | 800 480 30 | 02 | 20~22 | 800 560
350 - - - - 350 - - - -
~150 | 0.2 | 20~40 | 400 360 | ~150 | 02 | 20~33 | 400 420
FovaR 200 | 02 | 20~40 | 400 360 200 | 02 | 20~38 | 400 420
(T-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 - - - -

2 RELRE, ap: BiARDYHAHRE, Ge: FEAMDYLAZRE, n: TEEERE, Vi X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WA LOEESEE

1) LD, BB S SO0 — B TEEL L,

2) DOUDRELIISSF TIAHFES % LRBEEI DR LTRE N, 53V ERREE FFTEAEE L,

3) WREHFEDBEE. FTPAFREERLLTREV RICIBLVVIE RFTERLEE,

4) I7—7O— &K ITHREMEZIT O TR E WV, BT IIFEMCTOF vET AT TRV TMEBITERLEE L,

5) MIRENC IV TEREENBSNBVEEIEYPHW-FEA VY —NCKBEEU I T EHR O UFE T ARXUII LG EEEIHIREORERRE70~80%. 1% RE40~60%
ZEREVTLIEE WV, Fe YPHW-FES KUYPHW*-24f1 V5 — NI LB EET_EIFOEEVYIEIZEFWEBAYOT DR G 2SRV (GEQRI—RELY) .

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMIYIRX RTPIALTITSA R QXPHR QXP type (facemill type)

A TER (mm) Tool dia.
wmus | P—bk 50 50 / 52

Work materials | #4%& H# No. of teeth 7N ¥ No. of teeth 8N
Grades 4 ap ae n Vi 4 ap e r f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 02 | 25~50 | 1,700 | 2970 | ~150 02 | 25~48 | 1,700 | 3,390
($50C, 5550) 200 02 | 25~50 | 1,700 | 2,970 200 02 | 25~48 | 1,700 | 3,390
B abon sorl (551752) 250 02 | 25~50 | 1,700 | 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
TEg ~150 02 | 25~50 | 1,530 | 2,670 | ~150 02 | 25~48 | 1,530 | 3,050
(SKD61, SKD11) 200 02 | 25~50 | 1,530 | 2,670 200 02 | 25~48 | 1530 | 3,050
el ([§;|3|(17052) 250 02 | 25~50 | 1,530 | 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 238 350 02 | 25~28 | 1,150 | 1,600 350 02 | 25~28 | 1,150 | 1,830
U= kY3 ~150 02 | 25~50 | 1,400 | 1,950 | ~150 02 | 25~48 | 1400 | 2,200
(HPNi7, X5, P20) 200 02 | 25~50 | 1,400 | 1,950 200 02 | 25~48 | 1,400 | 2,200
B 30-38HRC prio2 | 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= ki ~150 02 | 25~50 | 1,250 | 1,050 | ~150 02 | 25~48 | 1,250 | 1,200
(AKeD, HoWT P21) 200 02 | 25~50 | 1,250 | 1,050 200 02 | 25~48 | 1,250 | 1,200
BE38-43HRC ) 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
2 4ED 350 02 | 25~28 950 660 350 02 | 25~28 950 750
e ~150 02 | 25~50 510 360 | ~150 02 | 25~48 510 410
(SKD6T, DAC. DHA) 200 02 | 25~50 510 360 200 02 | 25~48 510 410
B 42-52HAC pHio2 | 250 02 | 25~50 510 340 250 0.2 | 25~48 510 390
(1.2344, 1.0379) 300 02 | 25~50 380 270 300 02 | 25~48 380 310
42-52HRC 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
(K011, SLD, D11) 200 02 | 25~50 380 190 200 02 | 25~48 380 220
oo B2HAC | bHio2 [ 250 02 | 25~50 380 160 250 02 | 25~48 380 180
(1.2344, 1.379) 300 02 | 25~50 320 130 300 02 | 25~48 320 150
Sl 350 02 | 25~28 320 130 350 02 | 25~28 320 150
A5 54 ik ~150 02 | 25~50 | 1,270 | 1,780 | ~150 02 | 25~48 | 1,270 | 2,030
e 200 02 | 25~50 | 1,270 | 1,780 200 02 | 25~48 | 1270 | 2,030
gi;eycmdmmm DH102 250 02 | 25~50 | 1,270 | 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 0.2 25~28 950 | 1,000 350 0.2 25~28 950 | 1,140
- ~150 02 | 25~50 | 1,150 | 1,210 | ~150 02 | 25~48 | 1,150 | 1,380
(508304) 200 02 | 25~50 | 1,150 | 1,210 200 02 | 25~48 | 1,150 | 1,380
e 250HBILT | DH102 250 02 | 25~50 | 1,150 | 1,090 250 02 | 25~48 | 1,150 | 1,250
Haniess stee 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
FyUEe 200 02 | 25~50 320 340 200 02 | 25~48 320 390
(TH6A-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 02 | 25~28 190 180

R RHLRS, ap: BiARDYNAALRE, 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

WER LOFREIR

1) LEEDEIHISRMAE HREIMES KD —IBIEICINC THELIEE L,

2) UOWDRELCHEF PPAHRS Z FEBIES VD EUTLRE V. B VNFEVEREZE FFTERES L,

3) WIREBHRRDBER FTPAHFRSZEZL LT RE V. RICNB KUV IZ TP TEALEE L,

4) I7—JO— KUK TIREDBZITOTRE Ve FHHTIIEMCTODF v ET A NI TRV FTUEBITFELIEE L,

5) MTHRENC IV TEREENBSNVIVEEFYPHW-FR A~ — NI K BIEEVIM T E RV U T XU TR, LERVIEIREDOESRE70~80%. %HRE40~60%
ZERELTLREE WV &, YPHWH-FES KUYPHW*-24F 4 > 8 — M K B EE T L (FOIRXOYIEIRAIFWEBD Y O DYJHISRSZ SR EE VN (BELQRI—REL)

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 that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition

@ (for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMIYIRA RTPIALTITSA R QAXPR QXP type (facemill type)

A TE& (mm) Tool dia.
wEls | U=k 63 /66
Work materials | #473& X# No. of teeth 8N
Grades (m€n) (n‘?r%) (rﬁr?) (mli’r]r‘) (mm\ﬁnin)
o ~200 02 | 31~63 | 1,350 | 2,700
ﬁﬁgseogdasgf‘,)('lt s 250 02 | 31~63 | 1,350 | 2,700
%)arbon St€€| (DH102) 300 02 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
TEH ~200 02 | 31~63 | 1210 | 2,420
(SKDB1. SKD11) 250 02 | 31~63 | 1,210 | 2,420
B el <§ﬁ£§) 300 02 | 31~63 | 1,210 | 2,190
(1.2344, 1.2379) 350 02 | 31~63 910 | 1,450
B2 400 02 | 31~35 910 | 1,450
S\ R ~200 02 | 31~63 | 1,110 | 1,750
(fpi7. PX5. P20) 250 02 | 31~63 | 1,110 | 1,750
®S30-88HRC | pHio2 | 300 | 02 | 31~63 | 1,110 | 1,580
(1.2311, P20) 350 0.2 31~63 830 1,110
30-36HRC 400 02 | 31~35 830 | 1,110
U= RS ~200 02 | 31~63 | 1,000 960
(NAgkso, HPM1, P21) 250 0.2 31~63 1,000 960
B 38-43HRC ph1o2 | 300 02 | 31~63 | 1,000 800
(1.2311, P21) 350 02 | 31~63 750 590
AR 400 02 | 31~35 750 590
A ~200 02 | 31~63 400 320
(§£@529D€5pﬁ§§) 250 02 | 31~63 400 320
Haﬁened die steel | DH102 300 0.2 31~63 400 300
(1.2344, 1.2379) 350 02 | 31~63 300 250
42-52HRC 400 02 | 31~35 300 250
e ~200 02 | 31~63 300 170
(%E@J 151D, Do1) 250 02 | 31~63 300 170
HarC&ened die steel | DH102 300 0.2 31~63 300 140
(1.0344, 1.2379) 350 02 | 31~63 250 120
Il 400 02 | 31~35 250 120
nFH- 5591V Es ~200 0.2 31~63 1,000 1,600
E*(gg,&g%)u? 250 02 | 31~63 | 1,000 | 1,600
Gre;-& Nodular cast iron DH102 300 0.2 31~63 1,000 1,400
, 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 | 1090
BX250HBLITS| DHIOZ 300 02 | 31~63 910 990
ainless stee 350 02 | 31~63 660 640
Below 250HB
ool 400 | 02 | 31~35 | 660 640
~200 02 | 31~63 250 300
FyUEe 250 02 | 31~63 250 300
(Ti6A-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: FEABMDYLAHRE, n: TERERE, Vi:FX)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WA LOEESEE

1) LD, BB S SOD— B TEEL L,

2) DOUDRELIISSF TIAHFES % LRBEEI DR LTRE N, 53V ERREE FFTEAEE L,

3) WREHFEDBEE. FTPAFREERLLTREV RICIBLVVIE RFTERLEE,

4) I7—7O— &K ITHREMEZIT O TR E WV, BT IIFEMCTOF vET AT TRV TMEBITERLEE L,

5) MIRENC IV TEREENBSNBVEEIEYPHW-FEA VY —NCKBEEU I T EHR O UFE T ARXUII LG EEEIHIREORERRE70~80%. 1% RE40~60%
ZEREVTLIEE WV, Fe YPHW-FES KUYPHW*-24f1 V5 — NI LB EET_EIFOEEVYIEIZEFWEBAYOT DR G 2SRV (GEQRI—RELY) .

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 that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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New generation high feed mill
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=EEINTHAYPHW100320ZER-24f; F5ESSiR1 Y —b ISEEIRet (5,

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMIYIZ EIa5=\YE "MQAXF; + BE—H(TI 15— NvRAF—ILIBIE+>/27—)\) MaX and MSN type

A TER (mm) Tool dia.
# Hl #4 Y—k 16 /17
Work materials | #473& % No. of teeth 2N
EIRE (m€n) (gr%) (gr%) (mIi?r‘) (mm\//rﬁwin)
TUN—Ri ~70 0.4 <7 4,400 2,200
(“éé@%'gHi“P’,'héé‘) JC8015
<-Mold steel (DH102) 120 0.3 <7 4,400 2,200
“g%ﬂ%gﬁ%” 160 0.2 <7 4,400 2,200
AN ~70 0.25 <7 3,200 1,600
(%RGJQDSASHDS(AJ) JC8015
HaFEeneddiesteeI (DH102) 120 02 <7 3,200 1,600
(1.2344,1.2379)
42-52HRC 160 - = - =
AN ~70 0.2 <6 2,000 800
Pt
*55.
H(ardened dieste()el DH102 120 0.15 <6 2,000 800
1.2344,1.2379
55-62HRC 160 - - - -
A TE®R (mm) Tool dia.
1 El#4 H—k 20 20/ 21
Work materials | #47& KL No. of teeth 3N KL No. of teeth 4N
Grades 2 ap e n Vi 2 ap e n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
JUN—RVE ~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
(NAK80, HPM1, P21) 168015
BB ASHRC | owio| 120 | 03 <9 | 3500 & 2600 | 120 | 03 <9 | 3500 | 3500
12511, P21) 190 | 02 <9 | 3500 | 2600 190 | 02 <9 | 3500 | 3500
BEAN ~70 0.25 <9 2,550 1,900 ~T70 0.25 <9 2,550 2,550
(ﬁssitfgvﬁi’e[)é\ghnﬁé) JC8015
H(;ﬁened dieste? (H1o2)| 120 0.2 <9 2,550 1,900 120 0.2 <9 2,550 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
Pt
*55.
H(ngﬂid 1di§33tg§| DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
. ,1.237
55-62HRC 190 - - - - 190 - - - -

2 RHELRZ, ap: MARDYNAALARE, ge: XREAMOYNAAREE, 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) EECOVIRISRA S ERBIES KO0 —IBIEICIN O THEELEE L,

2) UUWHREUISEF NAGRS Z LEEBIEX ) BEUTLREV. B VNFEVEEZ NP TERLEE W,

3) BMEBNTEDZEE. FTVNAHFRIEZLTLREE VL RICNB KV VIZ FIFTERLEE L,

4) I7—=7O— KWWK TREMBZTH>OTREE W FHIC IEMCTOFvETA NI TIIII < FTRURITERLSEE 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

ST A YPHW100320ZER-24# F5%3TR1 VY —b EEisIsRe (5]
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTYI R EIaAT5=A\YE MQXF + EE—R(TY 15— NvyREA—IVEBEY+>27—)\) MaX and MSN type

AV TE& (mm) Tool dia.
A=k H—k 25/26 25/26/28
Work materials | #4%& F# No. of teeth 4N 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)
TUN—R i ~90 0.4 <10 2,800 | 2,800 ~90 0.4 <10 2,800 | 3,500
(NAK80, HPM1, P21) 168015
BABASHRC | owio)| 140 | 03 <10 | 2800 | 2800 | 140 | 03 <10 | 2800 | 3500
(1281, P21) 20 | 02 <10 | 2800 | 2,800 20 | 02 <10 | 2800 | 3,500
BEANE ~90 0.25 <10 2,040 2,040 ~90 0.25 <10 2,040 2,550
(SKD61, DAC, DHA) e,
4o boHRC | o | 140 | 02 <10 | 2040 | 2040 | 140 | 02 <10 | 2040 | 2550
(1.2344,1.2379)
42-52HRC 210 = - - - 210 = - - -
BEAT ~90 0.2 <8 1,270 1,020 ~90 0.2 <8 1,270 1,360
S
H(aaene ] dieste? DH102 | 140 0.15 <8 1,270 | 1,020 140 0.15 <8 1270 | 1,360
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -
A TE#& (mm) Tool dia.
WM | U—b 30/32/35 32/35
Work materials | #1& XL No. of teeth BN XL 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=RViH ~100 0.4 <13 2200 | 2750 | ~100 04 <13 2,200 | 3,300
(NAK8O, HPM1, P21) 168015
BABASHRC | oo | 180 | 03 <13 | 2200 | 2,750 150 | 0.3 <13 | 2200 | 3300
12311, P21) 210 | 02 <13 | 2200 | 2,750 210 | 02 <13 | 2200 | 3300
AR ~100 0.25 <13 1,600 | 2,000 | ~100 0.25 <13 1,600 | 2,400
(SKD61, DAC, DHA) [
1o DEHRC | i) | 180 | 02 <13 | 1,600 | 2,000 150 | 02 <13 | 1,600 | 2400
S0 210 | 045 | <13 | 1600 | 2,000 210 | 015 | <13 | 1600 | 2400
BEAT U ~100 0.2 <10 1,000 1,000 ~100 0.2 <10 1,000 1,200
Pt
H(aaene . dieste? DH102 150 0.15 <10 1,000 | 1,000 150 0.15 <10 1,000 | 1,200
1.2344,1.237
i 210 | 0.1 <10 | 1,000 | 1,000 210 | 0.1 <10 | 1,000 | 1,200

2 RELES, ap: MARDOYNHAAKRE, Ge: EBEAMDOYNAAFRS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

W{ERALDFEEEIR
1) LEEDLIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUISEE NAGFRS Z LEEBIEXBHEUTREV. 2 VFEVREZ T IFTERLEE L,

3) WHEINABDHBE(E FTUHAHFREZELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 O— XKWWK TREMBZTOTRE 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.
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Sl ITAHYPHW 100320ZER-24#; A5%3iR1 9 —b REVHISEEF

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTYI A EYaS5—AYE " MQAXH + BEE—&(EI15—NyREBEA—IVEBEY v 7—I\) MaXand MSN type

A TE&R (mm) Tool dia.
# Hl #4 Y—k 40/42 40
Work materials | F4%& F# No. of teeth 6N T No. of teeth 7N
Grades A ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—Ri ~100 0.4 <17 1,750 2,620 | ~100 0.4 <17 1,750 3,060
(NAK80, HPM1, P21) 168015
BAIBAIIAC | Do | 150 | 03 <17 | 1,750 | 2620 | 150 | 03 <17 | 1,750 | 3,060
12511, P21) 20 | 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) e
B ea G | iy | 150 | 02 <17 | 1270 | 1900 | 150 | 0.2 <17 | 1270 | 2220
T 210 | 015 | <17 | 1270 | 1,900 210 | 045 | <17 | 1270 | 2,220
BEATE ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
Pt
g oo0eni | DH102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
(12344, 1.2579) 210 | 0.1 <13 800 | 960 210 | 0.1 <13 800 | 1120

0 RHURE, ap: MARDYIAARE, Ge: FEAMDYNAARE, N TEEEHE, Vi:&)RE

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

W{ERALDFETEIR
1) LEEDYIRISRMAE. BMAIES KD — IR THEBLEE N,

2) CUIHREUZEF ABAHFREZ LEEHMEL ) BELLTLREEV. HBNFEDEEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,

4) I7—7O— LKW TREDBZTH>TLLEE W HIC IIFEMCTOFvET A NI TIFIISFTRRITERLSEE 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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EEHINIAYPHW100320ZER-247; AR P —b EHELIHISG
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMIYIRX RTPIALTITSA R, QXPH;  QXP type (facemill type)

(5]

TE#Z (mm) Tool dia.

1>
wWEE | U=k 40 T
Work materials | #47& J# No. of teeth BN T# No. of teeth 7N
Grades dp de / f ap ae . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN— RV ~100 0.4 <17 1,750 2,620 ~100 0.4 <17 1,750 3,060
(NAQO,HPMLPN) 108015 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
BB ASHRC | oo | 200 | 02 <17 | 1,750 | 2,620 200 | 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 - - - -
AN ~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220
(SKR61,DAC,DHA) 108015 150 0.2 <17 1,270 1,900 150 0.2 <17 1,270 2,220
B e i | oy | 200 | 015 | <17 | 1270 | 1,900 200 | 015 | <17 | 1270 | 2220
(1.2344, 1.2379) 250 0.1 <17 1,270 1,900 250 0.1 <17 1,270 2,220
42-52HRC 300 - _ - - 300 _ - . _
AN ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
%%%’58%%&%) 150 0.15 <13 800 960 150 0.15 <13 800 1,120
&55-
Hardened die steel DH102 200 0.1 <13 800 960 200 0.1 <13 800 1,120
(1.2344,1.2379) 250 - - - - 250 - _ _ _
55-62HRC 300 - - - - 300 - - - -
=% T Ef& (mm) Tool dia.
5l 44 = 50 50 /52
Work materials | #47& F# No. of teeth 7N T8 No. of teeth 8N
Grades 4 ap ae r f ap e . a
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
JYUN\— RV ~150 04 <21 1,400 2,450 ~150 0.4 <21 1,400 2,800
(NAI§§0,HPM1,P21) 1C8015 200 0.3 <21 1,400 2,450 200 0.3 <21 1,400 2,800
BA38AHRC | o[ 250 | 02 <21 | 1,400 | 2450 250 | 0.2 <21 | 1,400 | 2,800
(1.2311, P21) 300 0.15 <21 1,400 2,450 300 0.15 <21 1,400 2,800
38-43HRC 350 - - - - 350 - - - -
AN ~150 0.25 <21 1,020 1,780 ~150 0.25 <21 1,020 2,040
({_]SilfﬂﬁiéDégHDF?é) 18015 200 0.2 <21 1,020 1,780 200 0.2 <21 1,020 2,040
HaFEened die steel | (DH102) 250 0.15 <21 1,020 1,780 250 0.15 <21 1,020 2,040
(1.2344, 1.2379) 300 0.1 <21 1,020 1,780 300 0.1 <21 1,020 2,040
42-52HRC 350 = - = — 350 = - = -
HRANH ~150 0.2 <17 640 900 ~150 0.2 <17 640 1,030
(%%%’58%%1—?%101) 200 0.15 <17 640 900 200 0.15 <17 640 1,030
&55-
Hardened die steel DH102 250 0.1 <17 640 900 250 0.1 <17 640 1,030
(1.2344,1.2379) 300 - - - - 300 - _ _ _
55-62HRC 350 - - - - 350 - — - -

R RHURE, ap: iAMOYIAHRE, ae: FEAMOYNAHRE, n: TEREREE, Vi:x)EE

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

W{ERALDEREIR
1) EECOUIHISRME BERAIIES KD — TR TRELEE WV,

2) UUWHREUISEE ANARFES Z LR BIEXHEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHEINARBDHBE (& FTUAHFREZEL LT REE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 O— LXK TREMBZETOTRE W FHIC IIEMCTOFvETA NI TRV FTRUBISEELSZE 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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Sl ITAHYPHW 100320ZER-24#; A5%3iR1 9 —b REVHISEEF

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMTYIR RTPIALITITSA R QXPH;, QXP type (facemill type)

AV TEZ (mm) Tool dia.
k) H—k 63 /66
Work materials | #4%& X% No. of teeth 8N
Grades (m%) (rﬁr%) (r‘r?r?]) (min") (mm\//rfnin)
JUN—RUSR ~150 0.4 <26 1,110 2,220
('\T:,{%@%BHIZ%LRPg) 108015 200 0.4 <26 1,110 2,220
SIEASHRC | [ 250 | 03 | <26 | 1110 | 2,220
(1.2311, P21) 300 0.2 <26 1,110 2,220
38-43HRC 350 0.15 <26 1,110 2,220
o ~150 | 025 | <26 | 810 | 1620
(EE[(RGJéDéQSHD#é) 18015 200 0.25 <26 810 1,620
Hardened die seel | (DH102)| 220 | 02 L S0 | e
(1.2344,1.2379) 300 0.15 <26 810 1,620
42-52HRC 350 0.1 <26 810 1,620
o ~150 | 02 <21 500 800
(Sﬁég\]%ESIéDEI—?gE) 200 0.2 <21 500 800
BE59-62HAC | phiog | 250 | 045 | <21 | 500 | 800
(1.2344,1.2379) 300 0.1 <21 500 800
55-62HRC 350 — _ _ _

2 RELRE, ap: BIARDYHAHRE, Ge: FEAMEMDYLAHRE, 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{ERALDFETEIR
1) LEEDYIRISRMAE. BMAIES KD — IR THEBLEE N,

2) CUIHREUZEF ABAHFREZ LEEHMEL ) BELLTLREEV. HBNFEDEEZ FFTERALEE .
3) WBINTREDHZEIR. FTUAHFRSZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,
4) I7—7O— LKW TREDBZTH>TLLEE W HIC IIFEMCTOFvET A NI TIFIISFTRRITERLSEE 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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RIEH EIF R YPHW-F 17 353581 5 — (CBN) EEt)5IRe 6]

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EIA5—A\YF MQAXH + BE—#(TEI 15— \vREAF—IVEEY+>27—I/ ) MaXand MSN type

A TE& (mm) Tool dia.
1 Bl &4 H—k 16 /17 20
Work materials | #4%& T No. of teeth 2N F# No. of teeth 3N
Grades 4 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEAGH ~80 <12 <0.1 8,950 | 1,430 | ~100 <12 <0.1 7,160 1,720
ety
) <
Tard“eneddieste?l JBN795 120 <1.0 <0.1 7,960 | 1,110 150 =1.0 <0.1 6,370 1,340
1.2344,1.2379
42-52HRC 160 - - - - 190 - - - -
AN ~80 <1.0 <0.1 7,960 | 1,270 | ~100 <1.0 <0.1 6,370 1,530
R
i < <
”ﬁ%ﬂi"?‘g;*g‘;' JBN795 120 <038 <041 5,970 720 150 <038 <0.1 4,770 860
. ,1.237
55-62HRC 160 = - - - 190 = = = -
m"(‘géﬁ)ﬁﬁ% ~80 =15 <0.1 14,900 | 4,020 ~100 =15 <0.1 11,900 | 4,820
EE300HBIL T < <
G‘;eycastimn JBN795 120 =1.0 <041 14,900 | 3,580 150 <1.0 <041 11,900 | 4,280
Bemﬁf%OHB 160 =07 <041 14,900 | 2,980 190 =07 <0.1 11,900 | 3,570
9774)5/%%% ~80 <15 <01 | 13900 | 3750 | ~100 <15 <01 | 11,100 | 4,500
EE300HBIU T <
Nodular cast iron | JBN795 120 <1.0 <041 13,900 | 3,340 150 =1.0 <041 11,100 | 4,000
Be.é&%%)oHB 160 <07 <041 13,900 | 2,780 190 =07 <0.1 11,100 | 3,330
7Y TE® (mm) Tool dia.
#wEl# H—k 20/ 21
Work materials | #4%& F# No. of teeth 4N
Grades (nﬁ;) (é?ﬁ) (é%%) (nﬁ%4) (mnk%ﬂn)
AN ~100 <12 <0.1 7,160 2,290
ARG,
Hardened die steel | YBN795 150 | =10 <0.1 6,370 | 1,780
(1.2344, 1.2379)
42-52HRC 190 - - - _
BEANEE ~100 <1.0 <0.1 6,370 2,040
R
Hardoned die stael | JBN795 150 =08 <041 4,770 1,140
(1.2344, 1.2379)
55-62HRC 190 = = = =
mﬁzggﬁﬁ% ~100 <15 <0.1 11,900 | 6,430
fEE300HBIU T <
Gtey cast ron | JBN795 150 =1.0 <041 11,900 | 5,710
Bem&f %OHB 190 =07 <041 11,900 | 4,760
99’{4)1)/%%% ~100 <15 <0.1 11,100 | 6,000
fEE300HBIU TR <
Nodul(arca?lmn JBN795 150 <1.0 <041 11,100 | 5,330
Be.o‘vi%%OHB 190 =07 <0.1 11,100 | 4,440

R RHULRE, ap: BiAMOYHAHRSE, Ge: FBRAMDYNAHRE, n: TEEERE, Vi:X)&EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERAEOEEER
1) LECDUIRISRAE MBS KOO —TRIEICIGU TRELSEE WL,
2) UUWHREUIBER AAGHRS Z LEEBIEXVBEUTLREWV. HBVFXVREZ FIFTERREE L,
3) BHBHARRDHBSGF. FTHAHFREIEZL LT REEV RICNB LV VIZ FIFTERL ST L,
4) I7 70— L&V TRRERZITo>TLIEE W BT IIEMCTOFrET I T TR TREBISERLIZE W,
5) YPHW*-F1 2R 5334+ > 5 — b (CBN) RIS & 5. N—F AJLAIEE EIF T F 3R LI T OZELETEISRA &,
WEBA Y OJ DYJHISRZSRBLZE WV (FEEQRI—REN) .
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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using YPHW 3 -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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fEtt IR YPHW-F 1/ J5E38iR1 >Y—b (CBN) SRR

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EIA5=A\YER "MQXH + HE—®(TY 15— NvyRBEA—)VEBIEY 27 —I\) MaX and MSN type

A TE=R (mm) Tool dia.
# Hl #4 HY—k 25/26 25/26/28
Work materials | #47& F# No. of teeth 4N T No. of teeth 5N
Grades 4 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANE ~120 =12 <041 5,730 1,830 ~120 =12 <041 5,730 2,290
pa
X - -
I-Eara-ened die Ste?l JBN795 190 =1.0 <01 5,090 1,430 190 =1.0 <041 5,090 1,780
1.2344,1.2379
42-52HRC 235 - - - - 235 - - - -
BEAN ~120 | =10 <0.1 5,090 1630 | ~120 | =<1.0 <0.1 5090 | 2,040
oy
gy <
I-EardLened die ste;zl JBN795 190 =0.8 <0.1 3,820 920 190 =0.8 <01 3,820 1,150
1.2344,1.2379
55-62HRC 235 = - - - 235 - = = -
m“(‘gé-)%ﬁ% ~120 | =15 <0.1 9550 | 5160 | ~120 | =15 <0.1 9,550 | 6,450
fEE300HBLT < <
th-’—ey cast iron JBN795 190 =1.0 <041 9,550 4,580 190 =1.0 <041 9,550 5,730
Be|0\(,\,Gg30HB 235 =07 <041 9,550 3,820 235 =07 <041 9,550 4,780
’5’752'()5/%% ~120 =15 <0.1 8,910 4,810 ~120 =15 <01 8,910 6,010
@ 300HBIUT <
Nodular cast iron | JBN795 190 =1.0 <0.1 8,910 4,280 190 =1.0 <041 8,910 5,350
Bekf\(,i\,%%)oHB 235 =0.7 <01 8,910 3,560 235 =07 <01 8,910 4,460
(A TE®Z (mm) Tool dia.
7 Hl #4 Y—hk 30/32/35 32/35
Work materials | #47& % No. of teeth 5N T8 No. of teeth BN
Grades £ dp de n Vi Y ap ae n Vi
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
BEATEH ~160 | =12 <0.1 4,480 1,790 | ~160 | =<1.2 <0.1 4480 | 2150
A2 BHAC.
; <
F}ar;&ned die Ste?l JBN795 240 =1.0 <041 3,980 1,390 240 =1.0 <041 3,980 1,670
1.2344,1.2379
42-52HRC 290 - - - - 290 - - - _
BEAN 5 ~160 | =10 | <01 3980 | 1590 | ~160 | =10 | <0.1 3980 | 1,910
ooy
L - >
I-{ardLened die ste?l JBN795 240 =0.8 <0.1 2,980 900 240 =0.8 <041 2,980 1,070
1.2344,1.2379
55-62HRC 290 = - - = 290 = - - _
m"(‘gé-)ﬁﬁﬁ ~160 | =15 <0.1 7460 | 5040 | ~160 | =15 <0.1 7,460 | 6,040
@ 300HBLUT < <
G(Fey cast iron JBN795 240 =1.0 <041 7,460 4,480 240 =1.0 <01 7,460 5,370
Bem\(,ve g(f())OHB 290 =07 <041 7,460 3,730 290 =07 <041 7,460 4,480
Wﬁf'f)l;%i% ~160 | =15 <0.1 6,960 | 4700 | ~160 | =15 <0.1 6,960 | 5,640
i@ 300HBLLT < <
Nodular cast iron | JBN795 240 =10 <041 6,960 4,180 240 =10 <041 6,960 5,010
Be|(§\(,3\,%%)o|.|3 290 =07 <0.1 6,960 3,480 290 =07 <01 6,960 4,180

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

BER EDOXFREIR

1) LEEDVIBISRA (S AR S KUD —TBIECHU TREELIEE

2) UUWHREUISEE VHAGRS 7&J:£§511‘EJ:'JE,§<LJ’C<T._ l,\‘373%3L\IK%UEEE"FW'CEFHQEZSL\O

3) BB HAREDIZEF. FTYHAHFRE ZZLLTLREVRICNB IO VIZETIFTERALEE L,

4) I7 =7 0—[C&UIVK FTRRERZTOTLIEE W FHT IIEMCTOF v ET I LTI FUIBITERLIZEE L,

5) YPHW-F 1 2R 563481 5 — b~ (CBN) ERIC & 2. N—F AILAIE L L (P T BEE L L IFII T ORI HISE .
WEBAHYOJ DYIHEISRHRZSIRLEE LV (FEEQRI—R&EN) .

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 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) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.




// DIJET

RIEH EIF R YPHW-F 17 353581 5 — (CBN) EEt)5IRe 6]

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMTYI R EIAS5=AYEF MQAXH + BE—&(EY15—~"NvyRBAF—)LEBEI+>27—I/\) MaXand MSN type

A T EZ (mm) Tool dia.
1 Hll#4 B 40/42 40
Work materials | #7%& F% No. of teeth BN FE No. of teeth 7N
Grades 2 ap ae n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min~) (mm/min) (mm) (mm) (mm) (min"') (mm/min)
AN ~160 | =12 | <01 | 3580 | 1720 | ~160 | =12 | <01 | 3580 | 2,000
it
: - >
H(argeneddieste?l JBN795| 240 | =10 | <041 | 3,180 | 1,340 240 | =10 | <01 | 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
. < =
1?@523" e st JBN795 | 240 | =08 | <01 | 2390 860 240 | <08 | <01 | 2390 | 1,000
. , 1.237
55-62HRC 290 - - = - 290 - - - -
m“(‘ggﬁ%ﬁ% ~160 | =15 | <O0.1 5970 | 4840 | ~160 | =15 | <0.1 5970 | 5,640
BE300HBLLT - -
Groy bast ron | JBV798| 240 | =10 | <01 | 5970 | 4300 240 | =10 | <01 | 5970 | 5,010
BeIO\(/\(/;g(%OHB 290 | <07 | <01 | 5970 | 3,580 290 | =07 | <01 | 5970 | 4,180
5’"752’;0([))5/%%% ~160 | <15 | <01 | 5570 | 4510 | ~160 | =15 | <01 | 5570 | 5260
@E300HBIU T -
oo [ JBN795 | 240 | =10 | <01 | 5570 | 4010 240 | =10 | <01 | 5570 | 4,680
Belé\?v%%)oHB 290 | =07 | <01 | 5570 | 3,340 290 | <07 | <01 | 5570 | 3,900

2 RELRS, ap: MARDYNAALRE, Ge: FREAMOYNAAEE, n: TEEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOESEIR

1) LECOUIRISRHEIF ERAIES KOD— IR U TR IZE L,

2) UUOUDRELIBE R HAHFRE Z LERMIBEL I BELLTLEE WV, HBVEVREZ T FTERALEEL,

3) IR NTEDBEIRF. FTUPAHREZHRL UL TLKIEE V. RIS B KU VIZ FIFTERLIEE WL,

4) I7—=70O— LKW TREMBZITO TR E WV, FHHT IIFEMCTOFrET A NIL TRV FRIBITERLEE L,

5) YPHW*-F 12 R FE3RA > 5 — b (CBN) RIS & B N—F D)VRAIEE L IF T E R L P TOEEEISAE. WEBH YO DUJHIRMxR
ZBRIEEV(FEQRI—R&KY).

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 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) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

Ouick & Mini

e

QAMIYIRX IRTPILTITISA X, QXPHS QXP type (facemill type)

New generation high feed mill

A TER& (mr(wlw) Tool dia.
wi T 4
Wo*rgkznﬁqgjit?;ims MEI\ F#L No. of teeth BN H#L No. of teeth 7N
Grades (mgm) (gr%) (gr%) (mIi?r‘) (mm\//r;in) (mgn) (nar%) (gr%) (mIi?1") (mm\ﬁnin)
BEA NS ~150 =12 <041 3,580 1,720 ~150 =12 <0.1 3,580 2,000
(%SPEJIQDBASH%H(@) 200 =1.0 <0.1 3,180 1,340 200 =1.0 <0.1 3,180 1,560
Hara-ened die steel | JBN799 250 - - - - 250 - - - -
(1'24324212:1'5879) ggg - - - - ggg - - - -
AN ~150 =1.0 <0.1 3,180 1,530 ~150 =1.0 <0.1 3,180 1,780
(%%%’55%2’..?;0;231) 200 <08 <0.1 2,390 860 200 =0.8 <0.1 2,390 1,000
HardLened die steel | JBN79 250 - - - - 250 - - - -
(1 25%4é2L .§g79) ggg - - - = ggg - - - =
NEHER ~150 <15 <0.1 5,970 4,840 ~150 <15 <0.1 5,970 5,640
N (F(I:-)lBL‘ 200 =1.0 <041 5,970 4,300 200 =1.0 <0.1 5,970 5,010
ﬁ%ﬁeiocgsméf BN795 | 250 | =07 | <01 | 5970 | 3,580 250 | <07 | <01 | 5970 | 4,180
(GG) 300 <07 <0.1 5,970 3,580 300 <07 <0.1 5,970 4,180
Below 300HB 350 — — — — 350 — — — _
551 sk ~150 | =15 | <01 | 5570 | 4510 | ~150 | =15 | <01 | 5570 | 5260
EE*S(OOH)BLIF 200 <1.0 <0.1 5,570 4,010 200 <1.0 <0.1 5,570 4,680
Noguiar cast fron | JBN795 250 <07 <0.1 5,570 3,340 250 <07 <0.1 5,570 3,900
(GGG) 300 =07 <0.1 5,570 3,340 300 =07 <01 5,570 3,900
Below 300HB 350 — — — — 350 _ _ _ _
A TE®Z (mm) Tool dia.
W El 4 H—hk 50 50 /52
Work materials | #4%& HEL No. of teeth 7N HEL No. of teeth 8N
Grades (mm) (rﬁr?l) (ﬁrﬁ) (m,i?l“) (mm\ir;in) (mm) (rﬁr?]) (rﬁr%) (m,i71") (mm\irfnin)
HEA S ~150 =12 <0.1 2,860 1,600 ~150 =12 <0.1 2,860 1,830
(SK[J\@L DAC, DHA) 200 <12 <0.1 2,860 1,600 200 <12 <0.1 2,860 1,830
(ECA252HAC | ygzos | 250 | =10 | <04 | 2,550 | 1,250 250 | <10 | <01 | 2550 | 1,430
(1.2344, 1.2%79) 300 =1.0 <041 2,550 1,250 300 =10 <0.1 2,550 1,430
42-52HR 350 _ _ _ _ 350 _ _ _ _
A ~150 | =10 | <01 | 2550 | 1430 | ~150 | <10 | <01 | 2550 | 1,630
(SKI2\1_ 1,SLD, DC11) 200 <1.0 <0.1 2,550 1,430 200 =1.0 <0.1 2,550 1,630
(FCOOGEHAC luBN7os | 250 | <08 | <04 | 1,910 800 250 | <08 | <01 | 1910 920
(1.2344,1.2379) 300 =0.8 <0.1 1,910 800 300 =0.8 <0.1 1,910 920
55-62HRC 350 - - - — 350 _ _ _ _
P ~150 | =15 | <01 | 4780 | 4520 | ~150 | <15 | <01 | 4780 | 5,160
N (FC) 5 200 =15 <041 4,780 4,520 200 =15 <0.1 4,780 5,160
ﬁ%;e'f;oc%':ﬁréf 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 <041 4,780 4,590
Below 300HB 350 =0.7 <01 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
ﬁE‘\'S(OOHELIF 200 =15 <0.1 4,460 4,210 200 =15 <0.1 4,460 4,820
Noduiar cast ron | JBN795 250 <10 <0.1 4,460 3,750 250 <1.0 <0.1 4,460 4,280
(GGG) 300 <1.0 <0.1 4,460 3,750 300 <1.0 <0.1 4,460 4,280
Below 300HB 350 =07 <01 4,460 3,120 350 =07 <0.1 4,460 3,570

0 RHURE, ap: ARDYIAAKRS, Qe: FEAMDEYNAARE, n: TEEEEE, Vi *)ERE

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

1) LEEDYIBISRAE (S EREIES KUD—IBIEICHU TRELEE 0

2) UUWHRELIISE
3) WIREHAREBDIZE(F, FTYNAHFRS ZZ LT REE
4) T7—7'O0— (RIS TIREMBZITOTLES

(& EAFR

S LEEHIBERDBIERKLTLIES

W\ BDVIREVFEZ T IFTERLEE W,
WRICNB LU VIZETIFTERALEE L,
Vo BT IIFEMCTOF v ET A I TIEIW < FTRIR(TERLET N,

5) YPHW:-F 1SR 5 — (CBN) ERIC KD N—F DIVRIEL EF T3 EE I TORLEEISRAF .

WEBHYOJ DYIEIRMRZESRIES

NOTE

W(FEEQRI—R&KN),

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 Feed speed.

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

4) Use air blow.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMIYIRX RTPILTITSA X, QXPHS QXP type (facemill type)

TE& (mm) Tool dia.

1>
wEIH | b 63 /66
Work materials | #4%& F# No. of teeth 8N

Grades (mm) (n‘?ﬁ) (rﬁr%) (mﬁr‘) (mm\frfnin)
1A NSE ~200 | =12 <0.1 2,270 1,450
(%ggléog\gH%Hé\) 250 =1.2 <0.1 2,270 1,450
Hargened die steel| UBN795 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 - - — —
AN ~200 =1.0 <01 2,020 1,290
(SEQQJE’ESE%I-?F%” 250 =1.0 <0.1 2,020 1,290
Hardtened die stoel | JBN795 300 =0.8 <0.1 1,520 730
(1.2344, 1.2379) 350 =0.8 <0.1 1,520 730

55-62HRC 400 - = _ _
NEHER ~200 | =15 <0.1 3,790 | 4,000
E*S(()ELI)-}BL){‘F 250 =15 <041 3,790 4,090
G‘;ey castiron | JBN795 300 =10 <0.1 3,790 3,640
(GG) 350 <1.0 <0.1 3,790 3,640
Below 300HB 400 =07 <0.1 3,790 3,030
5454 )5k ~200 | =15 | <04 3540 | 3,820
E*S(ggl?lgu'l? 250 =15 <041 3,540 3,820
No‘d-ularcasﬂmn JBN795 300 =1.0 <0.1 3,540 3,400
(GGG) 350 =1.0 <0.1 3,540 3,400
Below 300HB 400 =0.7 <01 3,540 2,830

2 RELRS, ap: MARDYNAALRE, Ge: FREAMOYNAAEE, n: TEEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEFREIR

1) LEEDUIBISRAE. ERAIES KD —JBIEICHU TRELLIEE L,
2) CUUDRELUCHEIF HAFREZE LEEHBLVBEULTEEV. H2VIEXVEREZ FFTERLEE L,

3) BME T EDHE. FTHAHREZEEL U TLKEET VO RICNB LU VIZTIFTERLIEE L,

4) I7—=7O—ICKUPIKTREMBZTOTREE Ve BT IIEMCTOF vET A NI TR TRIRITERLEE L,

5) YPHW:-F1 2R 5E38H A 5 —~ (CBN) ERICK D N—F AILAIEL L FNTERFERT LTI TORETEISAE. WEBAY OT DOYIEISKHR

ZBR<IEEV (FEEQRI—R&W) o

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 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) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.




11, Jotae
LM Vv TR

BARREL TOOL QM M¥#

MQT
H? $16~¢p35
MQT type (TP |

cision

High pre
BARREL TOOL

Tuff Modular Heads System

1 QMY YT ZADFRBEI A T WRT 1 TEUIRT A NS R%ZE LU,
* SENTHSDOESIHIEICOX. A VY —MNIHRZES 1 Fv T,
HETHSILRICKFRRERI T H OTHE,
= IRY =AY =PRI FFNRFEE0~—-0.03 N
(YPHWH: 1 > 5 — MERES)

1_ High precision QM Max MQT type improved balance of holder than conventional holders. P
Possible to adapt multi-machining machines such as multi-tasking machines.Lineded up high precision
H grade inserts.High efficient machining is possible by adapting malti-blades specification.
=»Accuracy of tool dia. with master insert 0 ~ -0.03
(XPHWI/T type inserts)

2. BEEBNAHBAE (3.5 VERFTILTOSAUF VT,
" 3EN T THIRRAE DWW EMBRARII I T 88,

2 Lineuped holders with cutting edge angle 3°.5°. Complex shape
" machining with inclination is possible by 3 axis machine.

3. AVY— TR —BEDS TUN— RV, 25 Y LR,
© I <HIBTAEBARPYDI—7 1 Y I HE(IC8015) BEU.
EEER_ENTIEEB Y — Xy (CX75) (IR M - BRI T
$iPVDI—7 1> 7 (DH102) ZENS 1 ¥ Fv 7.,

Adopted 3 grades: PVD coated grade “JC8015”for general & mold steel, stainless steel and cast iron. \“{\ N
" Cermet grade “CX75”for improving surface roughness. TN \ -
And new PVD coated grade “DH102”for high speed machining in high hardened material. —

87



fI)EI%ERE Cutting performance

Y/ /L

DIJET

s

|\

O EFEhiz (5 (EF )

@Tool life comparison (5°tilted wall)

Att: 486m Competitor A: 486m

| | |
#eHl#A: S50C TER: ¢16X2N
Material: S50C Tool dia.: ¢ 16x2N

PLEIESE
cutting conditions:

01 « Vc=603.2m/min (N=12,000min"")

* fz=0.2mm/t (Vf=4,800mm/min)
* dp=1.5mm, @e=0.12mm

FoVhvh, BHURSE: =60mm, I7 70—
Down cut, Overhung length: £=60mm, Air blow

=== DIJET : MQT#H? DIJET|: MQT Type
pmpetitor A

BAKITEEFES (mm) Max. Flank wear

0 80 160 240

320 400 480

EIEI&R (m) Cutting length

r

~

O NIEEE (¥91486milTH) XV 7E)

@ Surface roughness (After 486m machining) (Feed direction)

r

© A ATHEH ($9486milLE) (XY DEEAR)
© Cuspheight (After 486m machining) (Vertical direction of feed)

XPHT100308ZER-R At XPHT100308ZER-R Att
(#47:JC8015) Competitor A (#1%&:JC8015) Competitor A (PVD).
(Grades:JC8015) (PVDO—7F1>%) (Grades:JC8015) (PVDO—TF1>%)
)| _ - &AM Feed 3 - 5
Photo of = H E
work
surface 5 1 5
WTE o MIE
BT " e AN (*@H%) = i =
E T B waaram i n wewaa - avaatcd M 012
[=]
Surface | ' ) 2B s 1 =
roughness| ) ’ Surface
(2N) (i o5 o 5 70 25 [mm] 00 05 0 5 20 25 fmm] rou hness
_Feed &N)
directtion | Ra=0.19um Rz=1.18um | Ra=0.44um Rz=2.02um d\./e"titc.m o i o
irection
“ﬂn%%ﬁ%g 101.2min 101.2min of feed \\
time 5 o
QM Max MQT type achived good surface roughness and low - ZTE: = 2 17%.3 =
cusp height even if ap=1.5mm.Frank wear also small. Cusp height H=4pm Cusp height H=261m
#HEI#: S50C PIEIESES #Hl#4: S50C PIEIES S
TE#®: ¢16X2N Cutting conditions: TER: ¢16X2N Cutting conditions:
Material : $50C * Vc=603.2m/min (N=12,000min") Material : $50C « V/c=603.2m/min (N=12,000min"")
Tool dia.: @16x2N .« f=0.4mm/rev (Vf=4,800mm/min) Tool dia.: @16x2N .« f=0.4mm/rev (Vf=4,800mm/min)
* dp=1.5mm, @e=0.12mm * dp=1.5mm, ge=0.12mm
SoVAvE, BHURS: 2=60mm FOUAYE, BHURS: 4=60mm
Down cut, Overhung length: £=60mm Down cut, Overhung length: £=60mm




Ouick & Mini

New generation high feed mill

ERERQMTYYIR EVa5—Av R WULLEREELTTOURTTE

I9—=5U Ny \ﬁ*‘ Through coolant hole

NP ~ & (mm) Dimensions S IR SR Parts
Inclination Cat. No. Stock | No. of ®Dc| Lf |pDbjMD| C | W Applicable
angle 6° inserts inserts @ /Qf
MQT-2016A00-M8 | ® 2 |16 | 23 |14 (M8 | 8 | 12 TSW-2556H
MQT-4020A00-M10| @ 4 120 | 30 (18 [M10| 9 | 14 3: — | TSW-2556H
0° | MQT-5025A00-M12| ® | 5 |25 | 35 225M12| 10 | 17 | § & + | DSW-2563H 1
@MQT-6032A00-M16| ® | 6 |32 | 43 |29 |M16| 12 | 22 | & v;;ﬁ DSW-2563H
MQT-6035A00-M16| @ | 6 |35 43 (20 M16 1222 | & % % |DSW2563H A-08 |
30 MQT-2016A03-M8 | @ 2 |16 | 23 |14 |[M8 | 8 | 12 § § S | TSW-2556H
MQT-2020A03-M10| @ 2 |20 | 30 (18 |[M10, 9 | 14 i = % TSW-2556H 5
co | MQT-2016A05-M8 | ® | 2 [16 23 14 [M8| 8 12| & g & | TSW-2556H
MQT-2020A05-M10| @ 2 |20 | 30 (18 |[M10, 9 | 14 TSW-2556H

) 1. AEICA VP —NMIEFAATHII B Ao BIEHRHLIZE L,
2. BRIV Y FBEUT SV FRUBEANERLLER] (MOLY) [FRELTHBUEE A (FI5T) .
3. EVaS—AYROHERM I BP.5ETSRET

tightening torque. (When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.)

v AU 12~15R— VI ESE R . 90~92~— )

Lo (MBT A FICIFEFEAR/NF(DSTA ) DIFERAZHRLET )
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY. 3. Please see page 5 for recommended

55 TRUHE
Clamp screw
TSW-2556H
DSW-2563H

}EﬁHbﬁ(N m)

torque

1.1
1.1

{ERIE{L_EIFF For tited wall finishing
(XPHW100308ZER-R) (XPHT100308ZER-R)
A

(XPHT100308ZER-R)

ﬁUEi:I:J:UFH For finishing side face
(YPHW1003:¢:%ZER-15) (YPHW100308ZER-F) (YPHW100308ZTR-F1)

;

D J{E gl
X @ + ==
- 9
g il £
R60 T 3, T A
(XPHW100308ZER-R) (YPHW100303ZER-15) —
[ Q)=
- He
i "D |4 4 - [30] Rl
= B - = (YPHW100308ZER-F)
19 T e (EEYA)
_— Lﬂj LT (For low feed machining)

(YPHW100308ZER-15)

BHID A (Bt _EF~{_E(F ) Shoulder milling insert

(ZPMT1003:<ZER-PL)

(From semi-finishing to finishing)

CBN- >Y—b cBN insert

N
. S |

547 & |mE| PVDDTT4YY [ONGEN| & (mm) dimensions

ke b L. Tolerance| 08015/ JC8050]JC8118] DH102| CX75 [JBN795| A | T | B | re | &

(B L5/  |XPHW100308ZER-R| H | ® o | o 10.06/3.35, 6 | 0.8 | 11°

Fortited wallinishing | XPHT100308ZER-R | H | @ ° 10.06/3.35| 6 | 0.8 | 11°

YPHW100303ZER-15| H | @ e | o 10.06/3.35| 6 | 0.3 | 11°

@I EFF  |YPHW100308ZER-15) H o | o 10.06/3.35| 6 | 0.8 | 11°

Forfinishing side face | YPHW100308ZER-F | H | @ 10.06/3.35| 6 | 0.8 | 11°

YPHW100308ZTR-F1| H ® [10.06/335| 6 |08 |11°

=T ZPMT100304ZER-PL| M e o o | o 10.08/34 | 6 | 0.4 |11°

(sRftEF~EEA) | ZPMT100308ZER-PL| M e o o | o 10.08/34 | 6 | 0.8 |11°

(From semi-tinishing to fiishing) | ZPMT100320ZER-PL| M o o o | o 10.08/34 | 6 |20 11°

15 —=210BAN T, 12U, MTEIBN7951F15 —AMBAWU T, 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

[ ® | X—A—7EEM Standard stock items

O : EEEER Soon to be stocked

O FEENIFLIEDREFEE Soon to be deleted




TOI9SLMER LDAERIREE

Definition of flute shape for programming

BEMEXRFERE  Mat- -

Fig.1 XPHW/THZ XPHWIT type

AR -

Applicable inclinag
angle chnatton

" pDC(Ram3Er)

¢ Dc (Intersection of Ra)

© XPHW / TR EFRBF D%

Accuracy of tool dia. with master insert 0~—0.03

+ + A03/A05 Holder

// DIJET

Fig.2 YPHWHZ YPHW type

| ERTsHEN R

I Applicable inclination
angle6°

oL
|

¢DC(6°ED3ER)

¢ Dc (Interection with 6 °)

RO.3~R0.8

® YPHWHSE RIS (laf1M&: 3°.57) dDciE

Tool dia. with YPHW type inserts (Inclination angle : 3°, 5°)

BRI < 3% (mm) dimensions [ERTTAE Jalmm)
taERAe° e & Fig taRme° & =
Applicabl Applicabl
incination Cai. o ®Dc | Ra | Rh incination i 1o ¢Dc
angle 6° angle 6°
1°~6° | MQT-2016A03-M8 155 |R64.19| 8.76 1 3° MQT-2016A03-M8 16 2
3°~8° | MQT-2016A05-M8 15.5 |R64.34 | 10.98 1 5° MQT-2016A05-M8 16 2
1°~6° | MQT-2020A03-M10 | 19.5 |R63.34| 8.67 1 3° MQT-2020A03-M10 20 2
3°~8° | MQT-2020A05-M10 | 19.5 |R63.46 | 10.85 1 5° MQT-2020A05-M10 20 2
ABE O°A{AEREF MQT-- - - A0O Holder
Fig.3 XPHW/TH: Fig.3 XPHW/T type
| EATsE R
i Applicable inclination
| angle6°
x|E
@Dc
© XPHW / TRAERIF D% ® YPHWHZ{EFES (EBEHE) DDcHE
Accuracy of tool dia. with master insert 0~—0.03 Tool dia. with YPHW type inserts (Inclination angle : 0°)
{EFHRIEE ~ & (mm) Dimensions {EFRTRE g;ﬁggm?g
tERIAe° E # Fig tERIme° e & e
Applicabl Applicabl
in%rl)irllcaetlioﬁ et o ¢Dc Ra Rh in%rl)irz(;atlioﬁ bt e ¢Dc
angle 6° angle 6°
0°~3° | MQT-2016A00-M8 16 R63.27 | 5.48 3 0° MQT-2016A00-M8 16 —
0°~3° | MQT-4020A00-M10 20 R64.29 | 5.48 S 0° MQT-4020A00-M10 20 =
0°~3° | MQT-5025A00-M12 25 R63.26 | 5.48 3 0° MQT-5025A00-M12 25 —
0°~3° | MQT-6032A00-M16 32 R62.41 | 5.48 8 0° MQT-6032A00-M16 32 =
0°~3° | MQT-6035A00-M16 35 R62.16 | 5.48 3 0° MQT-6035A00-M16 35 —
A AV —REREOEHEDRICKI ALK ERIE T ERETSRIIZE L,

2. TERROFHMICDOEFLTIF. CADFT—% (DXF/STEP) ZRHEWLF T DT, ®HEIRERY 1 ~[DJ-Search] &b
FUYO—RIEEV, (GEEQRI—R&KN)
Note) 1. Shape of cutting edge is different depends on combination of inserts and holder. Please refer to the table above.
2. Regarding the detail of the tool shape, please download DXF/STEP file from “DJ-Search”.
Please scan the following QR code.




{ERIEL LA XPHT/WH I5E38iR1 Y —MEECIHISEM

Ouick & Mini

New generation high feed mill

e,

Recommended cutting conditions for "XPHT/W-type inserts' (For tilted wall finishing)
SHEERQMTY YOI EIa15—AYE / MQTHE + BE—# (T 15— NvRRAF—IVEBIE+>277—)\) MQT and MSN type

W HI*

Work materials

1>

TE&Z(mm) Tool dia.

A

16

20 20

&

H# No.ofteeth 2N

F# No. of teeth 2N H#M No.ofteeth 4N

Grades i)

()

de
(mm)

(min'")

f
(mm/min)

ap de

/ f ap de . f
(mm) (mm) | (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min?) |(mm/min)

(S50C, S55C)
fEE250HBLLT
Carbon steel
(C50, €55)
Below 250HB

Jc8015 | ™99

=15

<0.12

12,000

4,800

~70 | =1.5/<0.12| 9,600 | 3,840 | ~70 | =1.5|<0.12| 9,600 | 7,680

XPHTH

e st

=12

<0.10

9,000

3,600

70~100] =1.2|<0.10| 7,200 | 2,880 |70~100| =1.2 |<0.10| 7,200 | 5,760

80~105

=1.0

<0.10

7,200

2,880

100~130) =1.0 |<<0.10| 5,760 | 2,300 |100~130 =1.0 |<0.10| 5,760 | 4,600

(CX75) 105~160

=1.0

<0.10

6,000

2,400

130~200) =1.0 |<<0.10| 4,800 | 1,920 |130~200 =1.0 |<0.10| 4,800 | 3,840

TE
(SKD61, SKD11)
fEE255HBLLTF

Die steel
(1.2344, 1.2379)

Below 255HB

JC8015 | ™99

=15

<0.12

10,000

4,000

~70 | =1.5/<0.12| 8,000 | 3,200 | ~70 | =1.5 |<0.12] 8,000 | 6,400

XPHTH

A e

—

=12

<0.10

7,500

3,000

70~100) =1.2|<0.10{ 6,000 | 2,400 |70~100| =1.2 |<0.10| 6,000 | 4,800

80~105

=1.0

<0.10

6,000

2,400

100~130) =1.0|<0.10{ 4,800 | 1,920 (100~130| =1.0 |<0.10| 4,800 | 3,840

(CX75) 105~160

=1.0

<0.10

5,000

2,000

130~200] =1.0 |<<0.10/ 4,000 | 1,600 |130~200] =1.0 |<0.10| 4,000 | 3,200

TUN—R4H
(HPM7, PX5, P20)
f#e30-36HRC
Mold steel
(1.2311, P20)
30-36HRC

Jc8o15 | 9

=12

<0.12

9,000

3,600

~70 | =1.2/<0.12| 7,200 | 2,880 | ~70 | =1.2 |<0.12| 7,200 | 5,760

XPHTH

e st

=1.0

<0.10

6,800

2,720

70~100] =1.0|<0.10| 5,400 | 2,160 |70~100| =1.0 |<0.10| 5,400 | 4,320

80~105

=08

<0.10

5,400

2,160

100~130 =0.8 |<0.10 4,320 | 1,730 [100~130] =0.8 |<0.10| 4,320 | 3,460

(DH102) 105~160

=08

<0.10

4,500

1,800

130~200) =0.8<0.10{ 3,600 | 1,440 (130~200| =0.8 |<0.10| 3,600 | 2,880

TUN—RSH
(NAK80, HPM1, P21)
f@cc38-43HRC
Mold steel
(1.2311, P21)
38-43HRC

~55

=1.0

<0.12

8,000

3,200

~70 | =1.0/<0.12| 6,400 | 2,560 | ~70 | =1.0 |<0.12| 6,400 | 5,120

DH102

XPHWH | 95~80

=08

<0.10

6,000

2,400

70~100) =0.8|<C0.10{ 4,800 | 1,920 |70~100| =0.8 |<0.10| 4,800 | 3,840

(Jcgots)|[ 80105

=06

<0.10

4,800

1,920

100~130| =0.6 |<<0.10| 3,840 | 1,540 |100~130] =0.6 |<0.10| 3,840 | 3,080

106~160

=0.6

<0.10

4,000

1,600

130~200| =0.6 |<<0.10| 3,200 | 1,280 |130~200 =0.6 |<0.10| 3,200 | 2,560

BRANE
(SKD61, DAC, DHA)
f@cc42-52HRC
Hardened die steel
(1.2344, 1.2379)
42-52HRC

~55

=1.0

<0.10

5,000

1,500

~70 | =1.0/<0.10| 4,000 | 1,200 | ~70 | =1.0 |<0.10| 4,000 | 2,400

DH102

XPHWH | 95~80

=08

<0.08

3,750

1,130

70~100) =0.8|<0.08| 3,000 | 900 |70~100| =0.8 |<0.08| 3,000 | 1,800

(Jcgo1s)| 80105

=06

<0.08

3,000

900

100~130) =0.6|<0.08| 2,400 | 720 [100~130| =0.6 |<0.08| 2,400 | 1,440

105~160

=06

<0.08

2,500

750

130~200) =0.6 |<<0.08| 2,000 | 600 |130~200 =0.6 |<0.08| 2,000 | 1,200

BRAT
(SKD11, SLD, DC11)
T cc55-62HRC
Hardened die steel
(1.2344, 1.2379)
55-62HRC

~55

=1.0

<0.10

3,600

720

~70 | =1.0/<0.10| 2,860 | 570 | ~70 | =1.0 |<0.10| 2,860 | 1,140

DH102 [95~80

=08

<0.08

2,700

540

70~100) =0.8|<C0.08| 2,140 | 430 |70~100] =0.8 |<0.08| 2,140 | 860

XPHWHZ 80~105

=0.6

<0.08

2,160

430

100~130| =0.6 |<<0.08| 1,720 | 340 |100~130 =0.6 |<0.08| 1,720 | 680

105~160

=0.6

<0.08

1,800

360

130~200| =0.6 |<<0.08] 1,430 | 290 |130~200 =0.6 |<0.08| 1,430 | 580

(FC, FCD)
TE300HBELT
Grey & Nodular cast iron
(GG, GGG)
Below 300HB

JC8015 | ™99

=15

<0.12

12,000

6,000

~70 | =1.5/<0.12| 9,600 | 4,800 | ~70 | =1.5|<0.12| 9,600 | 9,600

XPHWHZ

XPHTH) 25~80

—

=12

<0.10

9,000

4,500

70~100] =1.2|<0.10| 7,200 | 3,600 |70~100| =1.2 |<0.10| 7,200 | 7,200

80~105

=10

<0.10

7,200

3,600

100~130] =1.0 |<<0.10| 5,760 | 2,880 |100~130] =1.0 |<0.10| 5,760 | 5,760

(DH102) 105~160

=1.0

<0.10

6,000

3,000

130~200) =1.0 |<<0.10| 4,800 | 2,400 |130~200 =1.0 |<0.10| 4,800 | 4,800

ATV
(SUS304)
TEE250HBLLT
Stainless steel
Below 250HB

~55

=12

<0.12

10,000

4,000

~70 | =1.2/<0.12| 8,000 | 3,200 | ~70 | =1.2 |<0.12] 8,000 | 6,400

JG8015 | 5580

=1.0

<0.10

7,500

3,000

70~100] =1.0|<0.10| 6,000 | 2,400 |70~100| =1.0 |<0.10| 6,000 | 4,800

XPHTH

(XPHW#)| 80~105

=08

<0.10

6,000

2,400

100~130) =0.8<0.10{ 4,800 | 1,920 (100~130| =0.8 |<0.10| 4,800 | 3,840

105~160

=08

<0.10

5,000

2,000

130~200 130~200

=0.8|<0.10| 4,000 | 1,600 =0.8 |<0.10| 4,000 | 3,200

0 : BHULEY, ap: SABOYHAAREE,

e : ¥EAROYHLAHKFEE, n: TEEEEE, Vi:

RV)RE

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

BRAZATES | XPHT/W #

Theoretical cusp hight : XPH

EA_LDFREIR
1) ESEOLIBISRAEFIE ERBIES SO0 — I BHEIC U TREL T W,
2) UUUDRELLISER. dpB LUaez L MIESD BiELTIRE L,

3) I7—J 00— (CKUEINKTRENEZT TS L,
4) YPHW*-15/-F/-F1 288 KU ZPMT *-PL FEH SE334RA > — MER DIELEYHI

(& 51-57 R—T (ZPMT*-PL ) . 58-76 R— (YPHW=*-15/-F ) .

82-86 R—I (YPHW=*-F1 f2) ZTBERLIEE L\,

NOTE

1) The parameter to be adjusted according to the machine rigidity or worl regidity.
2) In case of chatter occurring, recommend to reduce the depth of cut dp and Pick feed ae.

3) Use air blow.

4) Please see the below page for the cutting conditions table in case of using
YPHW > -15/-F/-F1 or ZPMT * -PL type insert.

= ==
7%”;%%'?“(‘_ (gnE) j%i(ﬁe'?h‘{ (ﬂrﬁ)
0.50 0.5 3.35 1.3
0.71 0.6 3.89 14
0.97 0.7 4.46 15
1.27 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0

*page 51-57 (ZPMT * -PL type) *page 58-76 (YPHW * -15/-F)

-page 82-86 (YPHW 3 -F1)



{EREL LA XPHT/WH I5E38iR1 Y —MEECIHISEM

Recommended cutting conditions for "XPHT/W-type inserts' (For tilted wall finishing)
SHEERQMY YOI EJa15—AYE / MQTHE + BE—# (T 15— \NvRRAZ—IVEBE+>277—)\) MQT and MSN type

// DIJET

e, TEZ(mm) Tool dia.
wHlk | U—bk 25 32/35
Work materials | #47& H# No. of teeth 5N H#4 No. ofteeth BN
Grades | () (mim) i o) | (mioiny | o) (o) ) (min) | (mm/min)
(Sﬁ%&ﬂsc) 108015 ~90 <15 | <012 | 7640 | 7640 | ~120 | <15 | <012 | 5460 | 6,550
BAO50HBLL T o)((F?HHvij}\ 90~125 | =12 | <010 | 5730 | 5730 [120~175| <12 | <010 | 4,100 | 4,920
C(%fgg’”csgg' . 125~160| =<1.0 | <010 | 4580 | 4580 [175~225| =10 | <010 | 3,280 | 3,940
Below 250HB 160~250 <10 | <010 | 30820 | 3,820 |[225~320| <10 | <010 | 2730 | 3,280
<SKD%1’§‘§ED11> 48015 ~90 <15 | <012 | 6400 | 6400 | ~120 | =15 | <012 | 4550 | 5460
BEOBSHBLLT g | 90~125 | =12 | <010 | 4800 | 4800 [120~175] =12 | <010 | 3410 | 4090
(1.2551332'379) . 125~160| =1.0 | <0.10 | 3,840 | 3,840 |[175~225| =10 | <0.10 | 2730 3,280
Below 255HB 160~250 <10 | <010 | 3200 | 3200 |[225~320| <10 | <010 | 2,280 | 2,740
(I%I“Jﬂéxggﬁ% ﬁﬁ%}f ~90 imz <012 | 5730 | 5730 | ~120 f1.2 <012 | 4090 | 4910
B 30-361RC 190~125 | <10 | <010 | 4300 | 4300 |[120~175| <10 | <0.0 | 3,070 | 3,680
(1'}2%'31%;'0) (?Dp:xz 125~160| =08 | <010 | 3440 | 3440 |175~225| =08 | <010 | 2450 2,940
30-36HRC 160~250 <08 | <010 | 2870 | 2,870 |[225~320| <0.8 | <010 | 2,050 | 2,460
(NZ%S\H_M?%) - ~90 <10 | <012 | 5100 | 5100 | ~120 | <10 | <012 | 3640 | 4370
FEec38-43HRC | XPHWA | 90~125 | <08 | <0.10 | 33830 | 3830 |[120~175| =08 | <010 | 2730 | 3280
(1'§ﬂ2%'1d1ffgg'1) (Ucgots)| 125160 <06 | <010 | 3060 | 3,060 |175~225 <06 | <040 | 2180 | 2620
38-43HRC 160~250| <06 | <0.10 | 2550 | 2,550 |225~320| <06 | <010 | 1,820 | 2,180
(SKI%)}%MDHA) i ~90 <10 | <010 | 37180 | 2380 | ~120 | <10 | <010 | 2280 | 2,050
W42.50HRC | XPHWH | 90~125 | <08 | <0.08 | 2380 | 1,780 |[120~175| =08 | <0.08 | 1,710 | 1540
jﬁfgggfg f_ize;?tg‘;' (cgots)| 125~160 <06 | <0.08 | 1,910 | 1430 |175~225| <06 | <0.08 | 1370 | 1230
42-52HRC 160~250 <06 | <0.08 | 1590 | 1,190 |[225~320| <06 | <008 | 1,40 | 1,030
BEANSE ~90 <15 | <010 | 2300 | 1,450 | ~120 | <10 | <010 | 1,640 980
(‘;’gil_l;ég@ﬁg‘g) DH{02 | 90~125 | <08 | <0.08 | 1,720 860 |[120~175| <0.8 | <0.08 | 1,230 740
jﬁfgggf f_izessf?tg*;' XPHWH? | 125~160| <06 | <008 | 1,380 690 [175~225| =06 | <0.08 980 590
55-62HRC 160~250| =<0.6 | <0.08 | 1,150 580 [225~320| <06 | <0.08 820 490
(F?ﬁ%m 18015 ~90 <15 | <012 | 7640 | 9550 | ~120 | =15 | <012 | 5460 | 8,190
B300HBLT (>)<(F;HHVTV§) 90~125 | =12 | <010 | 5730 | 7,060 [120~175| =12 | <010 | 4,100 | 6,150
GrevgiGN(gfu(';éCé?“ron oI 125~160 =1.0 | <0.10 | 4580 | 5720 |[175~225| <10 | <0.10 | 3,280 4,920
Below 300HB 160~250 <10 | <010 | 3.820 | 4780 |[225~320| <10 | <010 | 2,730 | 4,100
S ~90 <12 | <012 | 6400 | 6400 | ~120 | <12 | <012 | 4550 | 5460
= ésé%gaoéi‘,l? iﬁﬂ%}f 90~125 | <10 | <010 | 4,800 | 4,800 |[120~175| <10 | <0.10 | 3410 | 4,090
Stainless steel |(XPHWA)| 125~160| <08 | <0.10 | 30840 | 3,840 |[175~225| =<0.8 | <010 | 2730 | 3,280
BBy St 160~250| <08 | <010 | 3,200 | 3,200 |225~320| <08 | <010 | 2280 | 2740

2:RELES, ap: AROYIAKES, Ge: ¥FEABOYLAHFFRE, N : TEOERE, Vi X)RE

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

BRAZATES ¢ XPHT/W #

Theoretical cusp hight : XPHT/

fER LDEFREIR
1) LEEDVIHEISME BAIES S OO —TAHEIC RO TRELIZT W,

2) VWD RELIBSIF apBLUdez FEEHEL)BELULTIZEL,

j%ipjh’elzjh? (ag) Qiﬁe’zj’? (gra)
(um) (um)
0.50 0.5 3.35 1.3
0.71 0.6 3.89 1.4
0.97 0.7 4.46 1.5
1.27 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0

3) I7—JO0— (KUK TRENEZT TS LY,
4) YPHW*-15/-F/-F1 Red3 Kk UF ZPMT -PL FZ R FE3HRA >t — MEF DAZEELTH

(& 51-57 R—T (ZPMT*-PL ) . 58-76 R— (YPHW*-15/-F F) .
82-86 R—I (YPHW*-F1 %) ZTBERLIEE L\,

NOTE
1) The parameter to be adjusted according to the machine rigidity or worl regidity.
2) In case of chatter occurring, recommend to reduce the depth of cut dp and Pick feed ae.
3) Use air blow.

4) Please see the below page for the cutting conditions table in case of using

YPHW > -15/-F/-F1 or ZPMT * -PL type insert.
*page 51-57 (ZPMT * -PL type) *page 58-76 (YPHW * -15/-F)

-page 82-86 (YPHW -F1)

@
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Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

y: N # TH47-0002 AR PEHXMER2THIEISS TEL. 06(6791)678141k% FAX. 06(6793)1221 |y
Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 ﬂ,cgm‘é

(FARSSREE 5P)
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JLBIRESRR
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TEL. 0276(45)8588 FAX. 0276(46)7446

&A1 2

T983-0852 i Th SIREFXARM S T H2% 35
TEL. 022(299)0528 FAX. 022(299)3270

A (R EESRD
T466-0034 & E i IAMXBIFET 1 T H39% M2 T ILHZRET1F
TEL. 052(851)56500 FAX. 052(851)8311

KBR=E3RA TH47-0002 KRR FEFXAIEHR2 T H1% 185
TEL. 06(6791)6781 FAX. 06(6793)1221

=&HFERM TH180205 =F B FEIHREAETH8-14
TEL. 0595(52)2800 FAX. 0595(52)2841

BHKIIS T584-0022 XAt EHMHhEETHR2 T H1 %235
TEL. 0721(23)2700 FAX.0721(23)2705

|309001
JQA-2089 JQA-EM1580

X B % Jh XONSt=E 0]
TH47-0002 kB FEXMER2 T H1%185
TEL. 06(6794)0216 FAX. 06(6794)0217
UNZI=E 30
T732-0053 JABHHRXAEHE2%E105 UJLEE 1015
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DIJET GmbH (Europe)
Immermannstr.9 40210 Diisseldorf, Germany
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823

DIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang
Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260

DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

DIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City,
Guangdong Provence 523850, China
Phone. 86-769-8188-6001 Fax. 86-769-8188-6608
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DIJET INDUSTRIAL CO., LTD. (Chengdu Office)
RM.No0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden, No.1480
Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

DIJET INDUSTRIAL CO., LTD. (Wuhan Office)
B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
322, ARCADIA
Hiranandani Estate, Patlipada, G.B. Road,
Thane (W) 400 607, India
Phone. 91-22-4012-1231  Fax. 91-22-4024-0919

DIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, M1 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395
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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.

Q@I EMKIF. IRDIcHFTELFLEETHIENHDET, Specification shall be changed without notice.
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