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SHOULDER SIX

%ﬁ% : for high efficient shoulder milling with six corners
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B R Features of product
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Indexable shoulder milling cutter "SHOULDER 6" EXSIX type have high rigidity 6 corners insert.

® KIFAZIK Feature of body
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EXSIX have excellent chip removal rate and high rigidity body .
Max depth of cut (ap)=10mm is possible,
EXSIX are usabele for wide applications such as face milling, slotting and plunging.
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Arc-geometry on the periphery cutting edge
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Due to arc-geometry on the periphery cutting edge,
cusp height can be smaller even in case of large ap and

achieve high efficient & high precision machining
for vertical wall.
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Positive axial rake angle
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Due to unique 3D insert shape, axial rake angle is
positive, therefore EXSIX achieve low cutting force.

t)J ‘ﬁ'u EE ]:)"'E ]:t i’;f Cutting force comparison
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HEEN (kW) Power consumption
Y)EIEST (N) Cutting force
HEEHN (kW) Power consumption
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® (> —PMHAZIK Feature of insert
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Economical double-side insert(6 corners).
7.5 mm thic vides high rigidity, enabling stable machining for roughing.
Corner R .8 & R1.6.

FUNSRRSSH (35HRCL ) DNl TIc I3 siaitIc@n = (JC8050)
NN (50HRCLLT) DIl TIc IR TREFERICEB N 1= (JC8118)

Insert grafle <JC8050> for General steel and Mold steel less than 35HRC.
Insert grdde <JC8118> for Cast iron and High hardened die steel less than 50HRC.
JC8050 JC81 1 8
| MiEsEnl~—2o

Discrimination mark

Hﬁq’ﬂ;ﬁlﬁi*ﬁ Fracture resistance mﬁﬁ;*@&i*ﬁ Wear resistance
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Applicable
range

| @E : PX5
Material : P20
@TLEETooldia. : 63

#Hl# : S50C
Material : C50

@I E®R Tooldia.: ¢63
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Shoulder SIX

@THIZ Cutting conditions : N=910(min-"),
Vc=180(m/min), fz=0.3mn/t
Z2EHL Overhung length : L=140mm
S Hwk Down cut
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Achieved low cutting force under both
cutting conditions.

Especially at small ap cutting condition,
cutting force is reduced more compared
with the other cutters.

@JHIZ {4 Cutting conditions
N=750(min""),
Vc=148(m/min),
fz=0.3(mm/t)

S92 Awk Down cut

BAEFEEFRE (mm) Maxflank wear

56 75 94
YEIE (m) Cutting length

M#tLE3 1% LtiERm (40—F 541 7)1 21BOFGRT v T &ERK

EXSIX achieved 3 times longer tool life compared with Competitor M, and 1.2 times longer compared with Conventional tool.
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SHOULDER SIX

t7] Hll 1% g€ Cutting performance

@ EFHE B Surface roughness comparison

HEHXRz (%Y AME) (um) Feed Direction
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Achieve good surface roughness due to improved chip removal rate at

vertical wall and bottom face machining. In addition, achieved better

surface roughness of bottom face by wiper cutting edge.

JEE Bottom face
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@I TEHEELEE Cutting accuracy comparison
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Shoulder SIX Competltor M
#Hl# : S50C
Material : C50

@I E Tooldia.: $63

@tTHIZk 4 Cutting conditions
N=910(min-"), Vc=180(m/min), fz=0.3(mm/t),
ap=3mm, ae=40mm
S92 Hwk Down cut
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HIDFEL Remains— —BULVAZ (um) Over cut

BEEOMIFEE (um) Cutting accuracy of the wall
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/Hﬁllﬂ : §50C h

Material : C50
O@TERE:¢63
Tool dia.
OUJHIE M
Cutting conditions :
N=910(min-"), Vc=180(m/min),
fz=0.3(mm/t), ap=3mm, ae=40mm
S92 AY s Down cut
%
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Positive axial rake angle improved chip removal rate.
Arc-geometry on the periphery cutting edge achieved high
precision machining.
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Good surface roughness!
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@I TELLE: Surface roughness comparison

@1 =561 Cutting data

BINTIICSVWTHIEREN TV D BEDIULT
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Even in slotting, due to high rigidity, EXSIX achieved extremely excellent chip
removal rate 160cm3/min.

Also EXSIX enable stable machining without damaging the insert and screws.

B ¥R Partname TLZEHE Stamping die
AN TATHE Work #HHIA Material FC250
FES Hardness —
T 1 743 Tool No. EXSIX-4050R-22

A A —SE Insert No.

YCMUOQ090708ZER-PM(JC8118)

ESes

Cutting conditions

EERE. YIRIERE | N 800 (min™)
Spindle speed
Cutting speed Ve 126 (m/min)
SR 1% 800  (mm/min)
Feed speed s 0.25 (mm/t)
ap 4 (mm)
ae 50  (mm)

49— Coolant

I7770—(PEB) Air blow(internal)

{EFIHERE Machine

PIZYMC Double column type MC
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Facemill type
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Through coolant hole
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Without coolant hole
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<f3% (mm) Dimensions HRSA T —
. Applicable
x & F— By L B8 | inserts
7 Cat. No. TR | 8 ’ Fgetboltj-) " (ko) | Fig. AN
= Stock | No. of | @Dc Lf ©Db od @1 a b ) Weight
'g inserts ¢ )
=
EXSIX-4050R-22 | @ | 4 50 | 40 | 47 |22 14104 | 63 | 20 | MIOXISK25k | ABTEERLE 1033 | 1
EXSIX-4052R-22 | ¢ | 4 52 | 40 | 47 |22 14 {104 | 63 | 20 [MIOKISK2sk| P 1035 |
o |[EXSIX-5063R22 | @ | 5 63 | 40 | 50 |22 17 1104 | 63| 20 M10 050 | 1
=
g,'si EXSIX-5066R22 | + | 5 66 | 40 | 50 |22 17 104 | 63| 20 M10 053 | 1
Al RARMERILE
@1 |EXSIX-6080R27 | @ | 6 80 | 50 | 56 |27 20 124 | 7 22| MI2X175K30% (Isi8) 093 | 1
3 /{ Head cap screw
A |EXSIX-7100R32 | @ | 7 |100 | 50 | 85 |32 26 | 144 | 8 | 25 | miexaxsok | ot | 188 | 9
YCMUO907+*ZER-PM
EXSIX-8125R40 | @ | 8 | 125 | 63 | 100 |40 32 164 | 9 32| M20X2.5X40% 362 | 1
EXSIX-9160R-40 | @ | 9 | 160 | 63 | 100 (40 | 60 |164 | 9 | 35 M20 ot 467 | 2
73 | EXSIX-6080R ® | 6 80 | 50 | 56 |254 | 20 | 95| 6 24 | MI2X175K30% 095 | 1
_1=2 NAFFERIVE
2 7 | EXSIX-7100R ® 7 | 100 | 63 | 85 [3175| 26 [127 | 8 32 | MI6X2X40% UISAE#) 240 | 1
>/ Head cap screw
m?— (JIS standard)
S 7 | EXSIX-8125R ® | 8 |[125 | 70 | 100 (381 | 32 [159 |10 38 | M20X2.5X40% 411 |1
™
A SAAT—1
2 | EXSIX-9160R ® | 9 160 | 63 | 100 [508 | 85 |19 |11 | 38 M24 ok 400 | 2

@ X—F—7ERER Standard stock items
YeBI ) B G (WHR 1 0B~ 2BRIFEE) Stockin Europe. (14 days delivery upon ordering)

A AEICA VT —NMIHRAATHIEE Ao

2. X ENFY A RIEEDIes. 7—NAEYMRILNERBLTEUE T ZOMICDEXL TS 7 —NFEDOHBARIL b EZERLIEE W,
3. LYFRUT SV TRUBRESERSLER (MOLY)IFAEICHBULZLE B A (BIFE) « BIESRHIZE W,

Note) 1. All cutters are supplied without inserts.
2. % mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.
3. All cutters are supplied without wrench & MOLY.

EB& Parts
L->»F Wrench

77Tl

Clamp screw (BUZE not be included)
52Tl HEIZNIL T (N-m)
Clamp screw Recommended torque
CSW-513H A-20 CSW-513H 55
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° i‘f”l-ﬂh\’f Y —bB Insert

@ X—F—FERER Standard stock items
17 —Z10BAUTY, 10inserts per case.

-~ ™
Q 7Y —bFDFERIT —IIC DU T Discrimination of grade for insert.

MEB(O—FT 1Y) TECA VY —hREDY—IHRBIE T CERADERICIF TR T W,

Each grade shows discrimination mark on the insert surface.

MiEHRI<— 7
Discrimination mark
of insert grade




SHOULDER SIX

FREYHIFE (BHIY) Recommended cutting conditions for shoulder milling

07'-:79’{7075’(1 Facemill type

1,270 1,620 | ~100 1,010 1,770

150 ~8.0 ~30 1,150 1,150 150 ~8.0 ~30 910 1,370
200 ~7.0 ~20 1,020 820 200 ~7.0 ~20 810 1,010
~100 ~)(0) ~45 1,150 1,380 | ~100 ~2)0) ~45 910 1,590
150 ~8.0 ~30 1,020 1,020 150 ~8.0 ~30 810 1,220
200 ~7.0 ~20 890 710 200 ~7.0 ~20 710 890
~100 ~9.0 ~45 1,270 1,620 | ~100 ~9.0 ~45 1,010 1,770
150 ~8.0 ~30 1,150 1,150 150 ~8.0 ~30 910 1,370
200 ~7.0 ~20 1,020 820 200 ~7.0 ~20 810 1,010
~100 =910 ~45 950 1,140 | ~100 =90 ~45 760 1,330
150 ~8.0 ~30 860 860 150 ~8.0 ~30 680 1,020
200 ~7.0 ~20 760 610 200 ~7.0 ~20 610 760
~100 ~9.0 ~30 760 760 | ~100 ~9.0 ~30 610 760
150 ~8.0 ~25 670 540 150 ~8.0 ~25 530 530
200 ~7.0 ~15 570 340 200 ~7.0 ~15 450 340
~100 =40 ~25 640 510 | ~100 =910/ ~25 510 510
150 =10 ~15 570 340 150 ~8.0 ~15 450 340
200 ~7.0 ~8 510 200 200 ~7.0 ~8 400 200
~100 ~9.0 ~45 1,590 1,910 | ~100 ~9.0 ~45 1,260 2,210
150 ~8.0 ~30 1,460 1,460 150 ~8.0 ~30 1,160 1,740
200 ~7.0 ~20 1,340 1,070 200 ~7.0 ~20 1,060 1,330
~100 ~2[0) ~45 950 950 | ~100 ~2)(0) ~45 760 1,140
150 ~8.0 ~30 830 660 150 ~8.0 ~30 660 830
200 ~7.0 ~20 700 420 200 ~7.0 ~20 560 560
~100 ~9.0 ~45 760 610 | ~100 ~9.0 ~45 610 610
150 ~8.0 ~30 700 420 150 ~8.0 ~30 560 420
200 ~7.0 ~20 640 260 200 ~7.0 ~20 510 260
~100 ~9.0 ~45 1,150 1,150 | ~100 ~)0) ~45 910 1,370
150 ~8.0 ~30 1,020 820 150 ~8.0 ~30 810 1,010
200 ~7 {0 ~Z0) 890 530 200 ~7{Q ~20 710 710

£ : ZHEURT Overhung length  ap: Bi75EIDEHAGES Axial depth of cut  @e @ FRAMBDYBAHKES Radial depth of cut 1 : TEDERERE Spindle speed Vi 3EWIRE Feed speed

FALNEEHRE Note:
"1 .J:_E@@’d]ﬁ“%{‘ﬁi\@ﬁflﬂ“'&BJUV—?HU&IEESUTF'EEUS&‘o *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWHRELLB AR TIAARSE LRBEL)OEL THE, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBNEEN)EEE T TIEREN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHEMBHTRDBEE, ETTHASRIERL TLLEIV RICNHLUVE T TREAEEV, Feed speed.
'4.:I;T?'EI—l:J:UHJU(flﬁfﬂiﬁ’éﬁcf(f:’éb\a B L THMCTOXR vET A I T TIREICTRIZIC *4. Use air blow.
B,



°7ﬁ79’]’7°7541 Facemill type

£ : ZEURS Overhung length  ap : BIAEIDEAFRS Axial depth of cut

FALEDEREE

1. LROHIRGE BN S L U7 BIMICIEU TGREEC LSV,

UV RELIIBE R NIAARSE ERBIELVDRL TS,
HBVNGEREE T CIERALEI,

800

1,680

~100

/ DIJET

640

1,570

150 ~8.0 ~30 720 1,300 150 ~8.0 ~30 570 1,200
200 ~7.0 ~20 640 960 200 ~7.0 ~20 510 890
~100 ~E)0) ~45 720 1,510 | ~100 ~2)0) ~45 570 1,400
150 ~8.0 ~30 640 1,150 150 ~8.0 ~30 510 1,070
200 ~7.0 ~20 560 840 200 ~7.0 ~20 450 790
~100 ~9.0 ~45 800 1,680 | ~100 ~9.0 ~45 640 1,570
150 ~8.0 ~30 720 1,300 150 ~8.0 ~30 570 1,200
200 ~7.0 ~20 640 960 200 ~7.0 ~20 510 890
~100 =90 ~45 600 1,260 [ ~100 =90 ~45 480 1,180
150 ~8.0 ~30 540 970 150 ~8.0 ~30 430 900
200 ~7 {0 ~20 480 720 200 ~7.0 ~20 380 670
~100 ~9.0 ~30 480 720 | ~100 ~9.0 ~30 380 670
150 ~8.0 ~25 420 500 150 ~8.0 ~25 330 460
200 ~7.0 ~15 360 320 200 ~7.0 ~15 290 300
~100 =)0 ~25 400 480 | ~100 =e)(0) ~2L5 320 450
150 ~8.0 ~15 360 320 150 ~8.0 ~15 290 300
200 ~7.0 ~8 320 190 200 ~7.0 ~8 250 180
~100 ~9.0 ~45 990 2,080 | ~100 ~9.0 ~45 800 1,960
150 ~8.0 ~30 920 1,660 150 ~8.0 ~30 730 1,530
200 ~7.0 ~20 840 1,260 200 ~7.0 ~20 670 1,170
~100 =)0 ~45 600 1,080 [ ~100 ~2)(0) ~45 480 1,010
150 ~E(0 ~30 520 780 150 ~8.0 ~30 410 720
200 ~7.0 ~20 440 530 200 ~7.0 ~20 350 490
~100 ~9.0 ~45 480 580 | ~100 ~9.0 ~45 380 530
150 ~8.0 ~30 440 400 150 ~8.0 ~30 350 370
200 ~7.0 ~20 400 240 200 ~7.0 ~20 320 220
~100 ~9.0 ~45 720 1,300 [ ~100 ~)(0) ~45 570 1,200
150 ~8.0 ~30 640 960 150 ~8.0 ~30 510 890
200 ~7 {0 ~2(0) 560 670 200 ~7 {0 ~20 450 630

ae ! FERABBDYHAFFFES Radial depth of cut  n : TEEIERRE Spindle speed  VF: XWIRE Feed speed

BEMBNTRDEE L, ETNAHRIEZL TSIV RICNELUVIE T TEREEV,

*4. 17 70— WK FRREIIZET - TSV IS L TUMC TOF vET (I T TREDUTRIBIC

EBLIZE,

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.



SHOULDER SIX

FREYHIFE (BHIY) Recommended cutting conditions for shoulder milling

07'-:79’{7075’1'1 Facemill type

510 ~100
150 ~8.0 ~30 460 1,100 150 ~8.0 ~30 360 970
200 ~7.0 ~20 410 820 200 ~7.0 ~20 320 720
~100 ~[0) ~45 460 1,290 | ~100 ~9[0) ~45 360 1,130
150 ~8.0 ~30 410 980 150 ~8.0 ~30 320 860
200 ~7.0 ~20 360 720 200 ~7.0 ~20 280 630
~100 ~9.0 ~45 510 1,430 | ~100 ~9.0 ~45 400 1,260
150 ~8.0 ~30 460 1,100 150 ~8.0 ~30 360 970
200 ~7.0 ~20 410 820 200 ~7.0 ~20 320 720
~100 =910 ~45 380 1,060 | ~100 =910 ~45 300 950
150 ~8.0 ~30 340 820 150 ~8.0 ~30 270 730
200 S0 ~20 310 620 200 ~7 {0 ~20 240 540
~100 ~9.0 ~30 310 620 | ~100 ~9.0 ~30 240 540
150 ~8.0 ~25 270 430 150 ~8.0 ~25 210 380
200 ~7.0 ~15 230 280 200 ~7.0 ~15 180 240
~100 ~2)(0) ~205 250 400 | ~100 ~42[0) ~2L5 200 360
150 ~8.0 ~15 230 280 150 ~8.0 ~15 180 240
200 ~7.0 ~8 200 160 200 ~7.0 ~8 160 140
~100 ~9.0 ~45 640 1,790 | ~100 ~9.0 ~45 500 1,580
150 ~8.0 ~30 590 1,420 150 ~8.0 ~30 460 1,240
200 ~7.0 ~20 530 1,060 200 ~7.0 ~20 420 950
~100 ~g)[0) ~45 380 910 | ~100 ~9[0) ~45 300 810
150 ~8.0 ~30 330 660 150 ~8.0 ~30 260 590
200 ~7.0 ~20 280 450 200 ~7.0 ~20 220 400
~100 ~9.0 ~45 310 500 | ~100 ~9.0 ~45 240 430
150 ~8.0 ~30 280 340 150 ~8.0 ~30 220 300
200 ~7.0 ~20 250 200 200 ~7.0 ~20 200 180
~100 ~9.0 ~45 460 1,100 | ~100 ~9.0 ~45 360 970
150 ~8.0 ~30 410 820 150 ~8.0 ~30 320 720
200 =7 {0 ~20 360 580 200 =7 {0 ~20 280 500

£ : ZHEURT Overhung length  ap: BR7SEIDEHAIES Axial depth of cut  @e @ FRABDYBAHKES Radial depth of cut 1 : TEBEGERE Spindle speed Vi 3EWIRE Feed speed

FALNEEHRE Note:
"1 .J:_E@@’d]ﬁ“%{‘ﬁi\@WZWJ“'&BJUV—?HU&IEESUTF'EEUS&‘o *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVNHRELLB AR TIAARSE LRBEL)BEL TLS L, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBNEEN)EEE T TIEALEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHEMBHTRDBEE, ETTHASRIERL LIV RICNHLUVE T TRV, Feed speed.
'4.:I;T?'EI—l:J:UHJU(fl@fﬂiﬁ’éﬁcf(f:’éb\a B L THMCTOXR vET A I T TREICTRIZIC *4. Use air blow.
B,
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REYHIFZE (FmEIY) Recommended cutting conditions for face milling

°7ﬁ79’]’7°7541 Facemill type

~1.5 ~1.5

~150 ~2.5 |~40 570 460 | ~150 ~2B |~k 450 450
200 ~2.0 |~30 510 310 200 ~2.0 |~40 400 300
300 ~1.5 [~20 450 180 300 ~15 |~32 350 180

~150 ~6.0 | ~1.0Dc| 1,150 1,380 | ~150 ~6.0 ~1.0Dc| 910 1,590
200 ~4.0 |~40 950 950 200 ~4.0 |~55 760 1,140
300 ~2.0 |~30 830 660 300 ~2.0 |~40 660 830

~50) ~4.0 | ~1.0Dc| 830 830 | ~150 ~4.0 ~1.0Dc| 660 990
200 ~3.0 |[~40 760 610 200 ~80 |~ 610 760
300 ~2.0 |~30 700 420 300 ~20 |~40 560 560

~150 ~4.0 |~40 700 560 | ~150 ~40 |~55 560 560
200 ~3.0 |~30 640 380 200 ~3.0 |~40 510 380
300 ~2.0 |[~20 570 230 300 ~20 |~32 450 230

~150 ~4.0 | ~1.0Dc| 950 950 | ~150 ~4.0 ~1.0Dc| 760 1,140
200 ~3.0 [~40 830 660 200 ~80 |~k 660 830
300 ~2.0 [~30 700 420 300 ~2.0 |~40 560 560

£ : BBURS Overhung length  ap : Bi75EIDEHAFES Axial depth of cut e : HERABDYBAFHES Radial depth of cut 1 : TELOEGERE Spindle speed VA 3XWIRE Feed speed

FALDEEEE Note:

"1 J’.ﬁf}@ﬁ]ﬁ“%ﬁli\ ﬁﬁﬁ'ﬂ‘ifiéﬁvv—?ﬁ“'&t:ﬁl)?(iﬂ&(k’é\,‘e *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUUVNHFRELIGE I THAARESE L RRRELIHEL T A, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBNMEEN)REE T TIHEALES N, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BB HRRDBE . ETHASRIZHL TLESV RICnBLUVET W TERAES L, Feed speed.

4. I7 TO—ICEIICTRREAIRE T > TSV AT L TIIMC TOF vET A I T TN TARIRIC *4. Use air blow.
EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.

*5.EIN TR Id, XV EE LRGN H FFRNDE0% U T TAMIL TS, *6. Ramping & helical interpolation is not recommended.

6.7 LT RUAUDIVIN T IE RN LEE Ao



SHOULDER SIX

REYHIFGE (FEAEY) Recommended cutting conditions for face milling

07'-:79’{7075’1'1 Facemill type

600 1,260 | ~150 480
200 ~3.0 ~65 520 940 200 ~3.0 ~80 410 720
300 ~2.0 ~50 440 660 300 ~2.0 ~60 350 490
~150 ~4.0 ~80 600 1,260 | ~150 ~4.0 ~100 480 1,010
200 ~3.0 ~65 520 940 200 ~3.0 ~80 410 720
300 ~2.0 ~50 440 660 300 ~2.0 ~60 350 490
~150 ~4.0 ~80 600 1,080 | ~150 ~4.0 ~100 480 840
200 ~3.0 ~65 520 780 200 ~3.0 ~80 410 570
300 ~2.0 ~50 440 530 300 ~2.0 ~60 350 370
~150 ~4.0 ~80 520 940 | ~150 ~4.0 ~100 410 720
200 ~3.0 ~65 480 720 200 ~3.0 ~80 380 530
300 ~2.0 ~50 440 530 300 ~2.0 ~60 350 370
~150 ~3.0 ~80 440 660 | ~150 ~3.0 ~100 350 490
200 ~2.5 ~65 400 480 200 ~2.5 ~80 320 340
300 ~1.5 ~50 360 320 300 ~1.5 ~60 290 200
~150 2 ~6l5 360 430 | ~150 2L ~80 290 300
200 =20 ~50 320 290 200 ~2(0) ~60 250 180
300 =~ ~35 280 170 300 ~{H ~40 220 150
~150 ~6.0 ~80 720 1,510 | ~150 ~6.0 ~100 570 1,200
200 ~4.0 ~65 600 1,080 200 ~4.0 ~80 480 840
300 ~2.0 ~50 520 780 300 ~2.0 ~60 410 570
150 ~4.0 ~80 520 940 | ~150 ~4.0 ~100 410 720
200 ~3.0 65! 480 720 200 ~3.0 ~80 380 530
300 ~2.0 ~50 440 530 300 ~2.0 ~60 350 370
~150 ~4.0 ~65 440 530 | ~150 ~4.0 ~80 350 370
200 ~3.0 ~50 400 360 200 ~3.0 ~60 320 220
300 ~2.0 ~35 360 220 300 ~2.0 ~40 290 200
=150 ~4.0 ~80 600 1,080 | ~150 ~4.0 ~100 480 840
200 ~3.0 65! 520 780 200 ~3.0 ~80 410 570
300 ~2{0) ~I50) 440 530 300 ~2(0) ~60 350 370

£ : ZHEURT Overhung length  ap: Bi7SEIDEHAIES Axial depth of cut  @e @ FRAMBDYBAHKES Radial depth of cut 1 : TEBEGERE Spindle speed Vi 3EWIRE Feed speed

ERAELDEREE Note:

"1 .J:_E@@’d]ﬁ“%{‘ﬁi\@WZWJ“'&BJUV—?HU&IEESUTF'EEUS&‘o *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUVNHRELLB AR TIAARSE LRBEL)BEL TLS L, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBNEEN)EEE T TIEALEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

*BHEMBHTRDBEE, ETTHASRIERL LIV RICNHLUVE T TRV, Feed speed.

*4.I7 T O—CENIKTRREMIREAT > TSV B L TIHMC TOF vE T4 I T TEEI T ALIRIC *4. Use air blow.
AEBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.

5B IN TR R REEIRAEGNEI R FRNDE0% LU T THIL TS, *6. Ramping & helical interpolation is not recommended.

6.7 E LT RUANYDIVINT IRV LER Ao
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/ DIJET

°7ﬁ79’]’7°7541 Facemill type

~1.5 ~15

~150 2 ~100 230 280 | ~150 ~25 ~130 180 240
200 ~2(0) ~75 200 160 200 ~2.0 ~Cl 160 140
300 ~{H ~50 180 140 300 ~1.5 ~60 140 130

~150 ~6.0 ~125 460 1,100 | ~150 ~6.0 ~160 360 970
200 ~4.0 ~100 380 760 200 ~4.0 ~130 300 680
300 ~2.0 ~75 330 530 300 ~2.0 ~95 260 470

=150 ~4.0 ~1 28 330 660 | ~150 ~4.0 ~160 260 590
200 ~3.0 ~100 310 500 200 ~3.0 ~130 240 430
300 ~2.0 ~75 280 340 300 ~2.0 Y 220 300

~150 ~4.0 ~100 280 340 | ~150 ~4.0 ~130 220 300
200 ~3.0 ~75 250 200 200 ~3.0 ~95 200 180
300 ~2.0 ~50 230 180 300 ~2.0 ~60 180 160

~150 ~4.0 ~125 380 760 | ~150 ~4.0 ~160 300 680
200 ~3.0 ~100 330 530 200 ~3.0 ~130 260 470
300 ~2(0) =~ 280 340 300 ~2.0 =95 220 300

£ : BBURS Overhung length — ap : Bi7SEIDEIAFES Axial depth of cut e : HERABDYBAFHES Radial depth of cut 1 : TELOEGERE Spindle speed Vi 3XWIRE Feed speed

FALDEEEE Note:

1. LROHIRGE BN L U7 BIMEICIEU CGREEC LSV, *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUUVNHFRELIGE I THAARSE L RRHELIHEL T AN, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBNMEEN)REE T TIHEALES D, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BB HTRDBE . ETTHASRIZHL TLESV RICnBLUVET W TERAESN, Feed speed.

4. I7 TO—ICEIICTRREIRE AT > TSV AT L TIIMC TOF vET A I T TR EII<TARIRIC *4. Use air blow.
EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.

*5EIN TR Id, %) EE LR H FFRNDE0% U T TAIL TS, *6. Ramping & helical interpolation is not recommended.

6.7 LT RUANUDIVIN T3 RN LEE Ao
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SHOULDER SIX

Z=ELHI % s ( = E 10 I) Recommended cutting conditions for plunge milling
07'-:79’(7075’1'1 Facemill type

FALNETESRE Note:
1. _ERBOMEIZEE I EEBIME S L OT— RIS IS TRV, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUIWHRELLEEIE VHAARSE ERBEL)HERL TR, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVIEE)EEE T TTERLLEN, *3. If machine dose not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHMBHTENBEFETHHASRSE R TSV RICNHSLUVE T TRV, Feed speed.
*4. 17 T O—CENTIUKTREIBEAT > TSV AR L TIMC TOF v E 7 I T TN AIRIC *4. Use air blow.
AR,



// DIJET
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SHOULDER SIX

for high efficient shoulder milling with six corners

EXSIX7
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~ Y>> gyl LEH#IY2#F[ DIVET INDUSTRIAL CO., LTD.

®

A it T547-0002 ARHTEHRIMER2TE1E18S
TEL. 06(6791)67811X%& FAX. 06(6793)1221 M Y
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan 1S09001
Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JOAEM1580
EARLR
WERRZIE (FBIRESEF) WKPRZIE (RBREZEPR)
T221-0835 s/ || EfamR/ | XEEI2 T B26% 4 3% ML )L5F TH47-0002 RBrMFHEXMNERL2TH18E 185
TEL. 045(290)5100 FAX.045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
WItREsRE PR BLEESR
T373-0818 #HBRAHM/\EARG 1 425Hh T732-0053 LEMRXEEN2HE 105 UJLUEE1015
TEL. 0276(45)8588 FAX. 0276(46)7446 TEL. 082(536)3712 FAX. 082(536)3742
BIEFT74R BELAT1R
TI83-0852 A= XEMES T Be&EIS T939-8096 EILMFAAR1 78205 EEFE"E)L 1-B
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX. 076(425)5187
BE2EEXE (RGEESE) W53
T466-0034 ZhEMEFMIXEARE] 1 T E39& M2 T Lissrm1F T547-0002 KIRMFHFXNMFER2TEHIE185
TEL. 052(851)5500 FAX.052(851)8311 TEL.06(7223)8565 FAX.06(7223)8566
BEX # I 1B 7547-0002 ABRMFHXMNER2T H1E18S TEL. 06(6791)6781 FAX. 06(6793)1221
HB=E = ¥£Ff 75180205 == EFEMFEAE7/58-14 TEL. 0595(52)2800 FAX.0595(52)2841

BE BH#M I$H T584-0022 ABRIFEAMMHEIIR2TH1&23%5 TEL. 0721(23)2700 FAX. 0721(23)2705

IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, No0.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

D
https://www.dijet.co.jp 0120-39-81-39 iiccrosn

9:00~12:00. 13:00~17:00 (£-B-#H%Z<)

CERLDER ITa:2R2CTERVLRLISHIC

OB FNEIRMH THEALBVTLREE V) @KETRBEFEPLRIFDSH D TEIIEALBZV TR,

Ot TDREL BENEICLB T AILTERLRZE WV X ARERFPRE2NN—Z TERALIEE L,

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

OILEARI URDIHFELRLKEEIT B ENHIET ., Specification shall be changed without notice.
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