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' BREURE (L/D) &UNiAdHEE (@p) The relation between ap and L/D

ap(mm) . QM E )L (MPM)
0.8 QM MILL (MPM)

— QMY I 2 (MQX)
QM MAX (MQX)

— EEDYI (Y25 —(MSH)
HIGH FEED DIEMASTER (MSH)

ERTE:

BEbAYS (EV1AS—-517)+
TEE—&(A—IViEBiES v 7—I\)
Tool :

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

o e |
Work material : Carbon steel

10 (L/D)

VY iRA B Point

ap (A EYHAF - mm) OLEES ap (Depth of cut: mm)  #&k Machine
oL /D=4LITTIFAMTY Y I A (MQAX).FEDFII A5~ O F N BN EL AAH E RS TEREVREHMEIEIT
(MSH)h'ap=0.8mm&RSIITED ZFIDAM= )L (MPM) ZHE2E
In case of L/D=4 and under, QM MAX (MQX) or HIGH FEED If machine does not have enough power, machine rigidity, and enable
DIEMASTER (MSH) are possible deep cutting at dp=0.8mm. to be deep cutting, recommend to use QM MILL (MPM) with low

QM= JL(MPM)IEL/DIC k. pDZE LA ML cutting force and multi blades.
QM MILL (MPM) maintains stable dp in case of changing L/D.

BWtIb < FHEHE Metal removal rate QM JL(MPM)
FIb < FHEHE Q (ce/min) Vi QM MILL (MPM)
(m/min)  @---@ XDEE
140 9 Feed speed : V/f
r W b <THHE
120 + 8 Metal removal rate : Q
i bl
100 ; RS 7 QM Y& Z(MQX)
QM MAX (MQX)
80 o--0 XHEE
Feed speed :Vf
60 W fIb<FHHE
40 Metal removal rate : Q

20 =EEb YL I X5 —(MSH)
HIGH FEED DIEMASTER (MSH)
0--0 EDhRE
10 12 16 20 25 32 40 Feed speed : Vf
S4#& Tool dia. (mm) I yIb<THHE
Metal removal rate : Q

FERTIE: S&bhyHy (EYa15—51 7)+HBE—B(A—IVEBEY +>o7—I\) Tool : High feed tool (modular head type) +MSN carbide shank holder
IZESENEID L/ D=4 48 EI#7 : Se3R$l. Qe=0.6xDclcT L/Dc=4, Work material : Carbon steel, de=0.6xDc

V ikA /B Point

PIb L FHEHEDLLES Metal removal rate i Machine

016U T CIFQAM=)L(MPM) Z#42 ©/\BUEE (BTA0LLT) TIFQME )L (MPM) Z= HES2 (K38 1)
In case of tool dia.16 and under, recommend to use QM MILL (MPM). In case of machining by small machine (BT40 and under), recommend to

QM MILL (MPM) with | tting force.
0020~ p40TIFAM Y 7 2 (MQX) %12 e (IPM)with ow cutting force ‘
In case of tool dia. 20 and over, recommend to use QM MAX (MQX).  ®FUEEE(V=10m/minL{F) TIRAMT v & R (MQX) Z#E4R (KK H1)
In case of machining by middle speed machine (Vf<10m/min),
recommend to use QM MAX (MQX) with low cutting force.

ORI (Vi=6m/minLLF) CTlEFEED T 1Y AR5 — (MSH) Z#EiZ
(BO—F LR TREMN)
In case of machining by low speed machine (V/f<6m/min), recommend to
use HIGH FEED DIEMASTER (MSH) with 3 edges economy.
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EI25—AYFERALOFEESIE WU

A TI21S5—Ay REDFFEED;ER  Attention to mounting head and MSN/ MGN shank holder.

EIAS—AYRFSDIFFIE Tightening procedure

@ ;ﬁﬁ' Cleaning
EIAS5— Ay R F—IVBEY v o 7—I\[TEE—#] (B UL [ERAF—ILY +> o 77— \[TEE G-Body ) Dff#&ER = T 77—ICT
BRLIEE L,
F?emove dirt and chips with air from the connecting thread and shank holder.
[©] {R#Esh nitial Tightening
FMOICT.EI2AS—A\Y RiREEA—IVBIEY v 0 7—\[TEE—# (B UL [ERF =LY+ 0 7—/\[TEE G-Body ) i E
NHEDETRIFEDLTLEE W
Tighten by hand until the head and the shank holder faces meet.
[©) &Fsb-F T v ¥ Final Tightening
ML bO—VRIFICTRENVIETH oKD EBERE EARHD UK EEVREANENC =R E L,

Tighten slowly with torque control spanner wrench and confirm that there is no gap.

(BRSO FICHEICHERNS DRETEMOITDE LQUBLDBEHTIEREDSHDET

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

4 3 m —
A\ EEHIE PUIAX | @Y — &8 W(mm)
1. ZSFENLSTY RO—LR NS EBFERLEVAT L — e T T R
IEZESRIIEEWN), M6 8.0N*m 8
2. ZN\FF FEHfFAEICH > <D EEERS B TEMDLIEEL, M8 16N-m 10, 12
3. EVAS—AYREF-IVBEY v+ I 7—\[TEE—#I (B LL M10 16N-m 14,15
FRF—=IV2 v+ 0 7—I\[TEEG-Body)]) DinEIZZETE T, :
PARSNVEL\ T SRR 2L, M12 20N-m 17
NOTE: 1. Only use the torque control spanner wrench. M16 25N-m 22,26
2. Please turn the spanner wrench slowly during use. KANFIFEI2AS—AY RRFICEHABLTEDE AL BIEBKRD LT,
\_ 3. Please confirm that there is no gap. Modular heads are supplied without spanner wrench.

ATEE—®& (EYa1S5—AYRBAEF—ILBEY v I7—I\) BERDEE Selection of "MSN Carbide shank holder"

HiZP16EBDEI 25—y FEFERATHESE ARLDIMmL LEEOMVEE—BZRELTIEE L,
1D <TFDHFHAHICKD JEE—HDTET IERHHDE T,

In case of using modular head over ¢p16mm,
please select MSN carbide shank that diameter (¢ D1) is Tmm or more smaller than modular head (¢ Dc).
A wrong selection causes the carbide shank damage.

¢Dc—¢pD1=Z1mm TEE

IUT7SVA0.5mmi LHE
Clearance necessary
more than 0.5mm

TEE—#OER: ¢D1,
MSN carbide shank
neck diameter

IO FZRETDeh. -5V I7T0—-D
ERAZHRELET,

Coolant or air blow is recommended to remove the chips.

EI15— "Ny ROHIAR: ¢Dc
Modular head cutting diameter |

A BEEDRIVI~OEDFHIBFED;EE  Caution for the mounting to shrink fit holder.

F—IViBREY v I 7 —I\[EE—BI EEI 25—y RZREEHNILY TERIBERF.EI15— Y RZFFUC. [EE—H
DHEFEIFHUTIMDMIFTLEEV Ay ROEDFIFE FEEIFHEICIToOTILEE L,

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

ENY RERIFIEFEFREREHZEITIENY RRF VTR FNILLED I ENSHDFT,
Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.
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m Features

New genaration high feed mill
YN /

OB DIRTAIARER LI BRI F v TSI F TMEYA LBV THEE - RRERINTZRIR,
EEL0N L @BT30MIEIRYY =Y Ity A ICE .
Low cutting oAdopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts, QM
force MILL achieved high speed and high efficient machining.
e®Possible to use by low power and compact machines such as BT30.

LN gy T, DR DS BE 10T, 0 32 TORNDS L.

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

IREHU— FEtRNRICEBN A —IVEBIEY v O 7—I\[THE—f# L DEHEHEICKD.
VUL ERERNT EF v TORGMLZERER,

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

Vibration
free

SAERDIHEEEDHETHE(—AXFDINTICHWTT —TILiED 1 0mDINTICHRIR)

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

(B AZF v D Insert with low cutting forces

| AR

C LJUGUUUUUL

ft EIFICETHIDTEDSRELSHE

Highly accurate G-Body can correspond
from high feed to finishing.

GRF«rIRATHAIY
Adopted high rigid G-Body.

FyvINUI—-3Yy

Inserts variation

=EbA =EbARSEERZ JEHIDA Shoulder insert @ EEEMAI\—RFvT

High feed insert High feed insert for unfavorable 0.02mm or less cusp height gives High hardened steel

condition true 90 degree with no mismatch
=ENI0210EEY EOMW060210ZER ZOMTO0602...ZER (3—7R0.2,04,08) EOHW060210ZTR

EBREROYAL0.02mmT

FyIHBICRAAMINEL. — Kl SEEEM. FYVEE MASEFOHEMET CHLAREPVDI—T 1V &
§JC51 'InggU&ﬁﬁtﬂﬁﬂlC%ﬁUPVDj—F{VﬁHE(JCBOEO)\ EEICHEEEM - BEMIA#FHPVDI—T+«I#iE
JC6102) Z#RH.

Adopted new PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy. And
tough grade “JC8050” for interrupted cutting. Moreover, new PVD coated grade “JC6102” suitable for high hardened material.
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9))=[l: 58 Cutting performance

Cutting force comparison

#Hll4+ Material: S50C €55 (1055)
)HIZ&44 Cutting conditions: De=16mm, Ve=120m/min, d=0.3mm, de=9mm, Down Cut

1500

-
o
o
o

w
o
o

BIHIEHT(N)
Cutting resistance

QM= )L MPM#AZ Att
QM MILL MPM type Competitor A

XGEb777) 420 430

Feed force

Y(&E5377) 660 1020

Main force

VA papa)) 500 730

Back force

ah QM= )L MPMZA QM MILL MPM type | | Att COmpémor A
O Resultant force 928 et f=5.2mm/rev f=5.2mm/rev

Cutting force comparison
#HI#4 Material: S50C €55 (1055)

IS4 Cutting conditions: Dc=16mm, Ve=120m/min, dp=0.3mm, de=9mm, Down Cut ( E"&D 'E!:EU‘U‘D/Jb )

OX@@EbsA) BMYEHAD) Oz@E2H) O&h8

1500 Feed force Main force Back force Resultant force

(N) QM= )L MPMAZ At
QM MILL MPM type Competitor A M [

1200 M

1/XZH 2/828 3/¥ZB 4/8XH 5,828 1/8XH 2/¥XF 3/¥XB 4/8XH 5/Y28
1'stpath 2'ndpath 3'rdpath 4'thpath 5'th path 1'stpath 2'ndpath 3'rdpath 4'thpath 5'th path

QM= JLIE3/ SRR IS EIHBEIRIC (L EL QM= )L MPM#: 5/\ZH Att: 51828
Cutting forces of QM mill is kept constant since 3rd path. QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path

b < FEE(f=4.0mm/rev) Chip shape

1\ZXH 2J)\ZH8 3/\ZH 4)\ZH 5/\ZH
1'st path 2'nd path 3'rd path 4'th path 5'th path

n : "l -
QM= JL MPM#Z ﬁ c ( \ L ’?C‘ gc .
QM MILL MPM type _ 5" 1§

k4

At

Competitor A

QM JLIZEID L FHEED R L—R T UIEHIBDORELEDAMEL),  Chips by QM mill show smooth cut and less heat generation.
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New genaration high feed mill
' Y Y

RV EITE DR TR Modular head MPM type

TYPE

@ED A For high feed millin
G'B@d‘y = g el g
MD
i .04
L ETRARng! — Lt ‘
= -
A @EHIbA For shoulder milling
MD
Vo
5 : . m O
~  ;&(mm) Dimensions SHF v T g_y;gngn Pirt;g_
. : : >
i § EE 3;%51 Applicable inserts Clamp screw Wrench

e fuiing oo | 6 oo w0 | W | fAN AEA | o | S

MPM2010-M6 | ® | 2 | 10 | 18 | 95 | M6 | 8
MPM-2011-M6 | ® | 2 | 11 | 18 | 97 | Me | 8
MPM-3012-M6 | ® | 3 | 12 | 20 | 112 | M6 | 8
MPM-3013-M6 | ® | 3 | 13 | 20 | 115 | M6 | 8
MPM-4016-M8 | ® | 4 | 16 | 23 | 15 | M8 | 12 orosren

s \
MPM-4017-M8 | ® | 4 | 17 | 23 | 15 | M8 | 12 oo [Dsw-igasi| A6
MPM-5020-M10 | ® | 5 | 20 | 30 | 19 | Mi0 | 14 s
MPM-5021-M10 | ® | 5 | 21 | 30 | 19 | M0 | 14 Resommaned
MPM-6025-M12 | ® | 6 | 25 | 35 | 236 Mi2 | 17 e
MPM-7030-M16 | ® | 7 | 30 | 43 | 20 | Mi6 | 22

MPM-8032-M16 ® | 8 32 43 29 M16 22

) 1L RIVYICF v T FHEHFHAALTHDEFBAFIES RO EE U, 7—J\ Arbor B 2~20~—
2. EVaAS—AY ROHERFT ML IRP2ECBRIIEE .

Note) 1. All cutters are supplied without inserts.
2. Please see page 2 for recommended tightening torque.

0 [ @ | X—AH—7EEm Standard stockitems O : FEEA7EER Soon to be stocked O HEHNFLIEDREFEE Soon to be deleted
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S0 (e Inserts

=NEDH High feed insert @ SEEME/I\—RF v High hardened steel
- S A

P :
a» - o F—— o ——-
7 gl
re T 1 T f
BEiXEDAAFEIB{EHAZ High feed insert for unfavorable condition BEIDHE Shoulder insert
A A
(@) + ]
o, &
f\' re . ‘ /Q\'
T T
547 Fo& e e o 3%(mm) pimensions
Type Cat. No. Tolerance! — jo5118 [@Jce102] Jcsoso | A T B = g°
[=3ed0):: .
High feed indert EOMT060210ZER | M ° Y 65 25 | 43 | 10 | 13
SEbAFFE(EH :
BB omwoso210zER| M ° ° 65 | 25 | 43 | 10 | 13
unfavorable condition
SEEMEI\—RFvT o
High hardened steel EOHW060210ZTR | H ° 65 | 25 | 43 | 1.0 | 13
——— ZOMTO060202ZER | M (] ) 6.5 25 4.3 0.2 13°
B ,
Shouler et ZOMT060204ZER | M ° ° 65 | 25 | 43 | 04 13
ZOMTO060208ZER | M ° ° 65 | 25 | 43 | 08 | 13

1 —X10fBADTY, 10inserts per case.

QM JVAF v TDERIY—2ICDUT Discrimination of grade for MPM insert

ME(O—T V) TEICFYTTRDEDDDIY—IDNELEDFT Y  CEADIRICCTHEEERLES LY,
Each grade shows different mark around the hole for fool proof.

) JC5118 JC8050
Hel~—o
Discrimination
mark

YO RIALH— MAGNETISER

@ RS A/\—SEIHEZAMAICELIAFH B IBDEIT T BRICER /R DTAET I,
@ RS AIN\—EimEZE L T 5T ET. F v TESITRDIEREGERN 7Y T UE T,
MUICKD R EZZ (T DDA CIFMERLEWLTLIEEL),

oL eMagnetizing and demagnetizing can be easily done only by inserting the tip of wrench

T into the Magnetizer + and rubbing lightly.
*The work efficiency when insert is setting by magnetizing the tip of wrench improves.

magnelisiog | *Please do not use it in the vicinity of the equipment to be influenced with magnetism.
e & £
Cat. No. Stock
MAGNETISER (]

1 —RIEADTT .1 piece per case.

@ | X—H—7EEER Standard stock items O : FEETEES Soon to be stocked O EEDIELIEDREFEE Soon to be deleted } o
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New genaration high feed mill
) ’ 4

¢ y ¢ y

| | R e e NS e i e 51 DA oAV SN Carbide shank holder
TYPE . ,
D = . A&~
9 4
.‘—.E- . A'b ¢pD2 . J—2 MR
Fig1 2 @D2: U—5KJUE Coolant hole dia. Fig.2 2 Soolart hole dia.
1 {f————}
2 : \ o n Ot
L
IR+ AT Endmill shank type R
B = 1 ~ ;& (mm) Dimensions 8 (ko) -
Cat. No. Stock @Ds 21 L o D1 or MD oD2 Weight
MSN-M6-12-S10C ° 10 12 60 9.7 — 0.06 | 1
MSN-M6-15-812C ° 12 15 60 | 115 — 0.08 | 1
MSN-M6-30-S10C ° 10 30 80 9.7 — 0.07 | 1
@ MSN-M6-35T-812C ° 12 35 92 9.5 3 012 | 2
MSN-M6-50-S10C ° 10 50 | 100 9.7 — 0.09 | 1
@ MSN-M6-57T-S12C ° 12 57 114 9.5 2 M6 3 014 | 2
@ MSN-M6-65T-S16C ° 16 65 | 125 | 112 | 3°30 028 | 2
MSN-M6-80-S10C ° 10 80 | 130 9.7 — 012 | 1
MSN-M6-30-S12C ° 12 30 80 | 115 — 0.11 1
MSN-M6-50-S12C ° 12 50 | 100 | 115 — 013 | 1
MSN-M6-80-S12C ° 12 80 | 130 | 115 — 0.18 | 1
MSN-M8-20-S16C ° 16 20 75 | 155 — 017 | 1
MSN-M8-40-S16C ° 16 40 95 | 155 — 022 | 1
@ MSN-M8-40T-S20C ° 20 40 100 | 145 7 036 | 2
@ MSN-M8-77T-S20C ° 20 77 143 | 145 | 3°30° | M8 4 049 | 2
MSN-M8-80-S16C ° 16 80 | 135 | 155 — 032 | 1
MSN-M8-120-S16C ° 16 120 | 175 | 155 — 042 | 1
@ MSN-M8-152-S16C ° 16 152 | 207 | 155 — 0.51 1
MSN-M10-20-S20C ° 20 20 80 | 195 — 6 029 | 1
MSN-M10-40-S20C ° 20 40 | 100 | 195 — 039 | 1
MSN-M10-40T-S20C | ® 20 40 | 100 | 185 | 0°43 | M10 039 | 2
MSN-M10-70-S20C ° 20 70 | 130 | 195 — ) 050 | 1
@ MSN-M10-85T-S25¢ | ® 25 85 | 161 | 185 g 090 | 2

) EVAS—AY RO#EEFEGF ML IIFP.2ZTSIREE L), Note) Please see page 2 for recommended tightening torque.

o [ @ | X—AH—7EEm Standard stockitems O : FEEA7EER Soon to be stocked O HEHNFLIEDREFEE Soon to be deleted
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| )| R e S e A N e 1.1 DA SN Carhide shank holder
TYPE .
B~

QD2 U5 RE

¢D2 . J—Z>/hjUE Coolant hole dia.

Fig1 = Fig.2 g Coolant hole dia.
e =+
b1 i o Gnt ‘
L
IVRZEID 2T 94T Endmill shank type
B E i < & (mm) Dimensions 2 (ko) -
Cat. No. Stock @Ds 21 L o D1 or MD oD2 Weight

MSN-M10-90-820C ° 20 90 150 | 19.5 — 0.60 1
MSN-M10-90T-S20C ° 20 90 150 | 185 | 0°19 058 | 2
MSN-M10-140-S20C | ® 20 140 200 | 195 — V1O A 0.80 1
MSN-M10-140T-S20C | ® 20 140 200 | 185 | 0°12 077 | 2
@ MSN-M10-160-S20C | ® 20 160 | 220 | 195 — 087 | 1
@ MSN-m10-210-S20c | ® 20 210 | 270 | 195 — 1.07 | 1
MSN-M12-25-825C ° 25 25 90 | 24 — 0.53 1
MSN-M12-55-825C ° 25 55 120 | 24 — 0.72 1
@ MSN-M12-100T-S32¢ | ® 32 100 180 | 235 & 1.61 2
MSN-M12-105-S25¢ | ® 25 105 170 | 24 — M12 6 1.03 1
@ MSN-M12-135-S25¢ | ® 25 135 215 | 24 — 1.30 1
MSN-M12-155-S25¢ | @ 25 155 220 | 24 — 1.34 1
@ MSN-M12-200-S25C | ® 25 200 | 265 | 24 — 1.58 1
MSN-M16-25-832C ° 32 25 90 | 29 — 0.85 1
MSN-M16-55-832C ° 32 55 120 | 29 — 1.13 1
@ MSN-M16-77-832C ° 32 77 | 157 | 29 — 147 | 1
@ MSN-M16-97-832C ° 32 97 | 177 | 29 — 164 | 1
MSN-M16-105-S32C | ® 32 105 170 | 29 — 1.59 1
@ MSN-M16-117T-S32C | ® 32 117 197 | 29 1" 15 188 | 2
@ MSN-M16-127-S32C | @ 32 127 | 207 | 29 — 1.89 1
@ MSN-M16-127T-832C | ® 32 127 | 207 | 29 1 VG o 223 | 2
MSN-M16-155-S32C | ® 32 155 220 | 29 — 2.04 1
@ MSN-M16-177-832C | @ 32 177 | 257 | 29 - 2.32 1
@ MSN-M16-177T-832C | ® 32 177 | 257 | 29 0° 45’ 278 | 2
MSN-M16-195-S32C | ® 32 195 260 | 29 — 2.40 1
@ MSN-M16-197T-832C | @ 32 197 | 277 | 29 0° 45 3.00 | 2
MSN-M16-225-S32C | ® 32 225 290 | 29 — 2.57 1
MSN-M16-245-S32C | @ 32 245 | 310 | 29 — 2.74 1
MSN-M16-295-S32C | ® 32 295 | 360 | 29 — 3.17 1

) BEVAS—AY ROHEERHMF MU IBP.2ETBIRIEE L), Note) Please see page 2 for recommended tightening torque.

[ @ | X—AH—7EEER Standard stock items O : JEETEEESR Soon to be stocked O EEDIELIEDREFEE Soon to be deleted } 0
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New genaration high feed mill

e

eJ)

MSN Carbide shank holder

ABL—bR7P—I\T4 T Straight arbor type

B~

. ~t & (Mm) Dimensi -
A Erﬁ s i) oo 8 (ko)
Cat. No. Stock ¢Ds L MD ¢D2 Weight
MSN-M6-67S-S9.8C ° 67 0.06
9.8 M6 3
MSN-M6-107S-S9.8C ° 107 0.10
MSN-M6-82S-S10C ° 82 0.08
10 M6 3
MSN-M6-122S-S10C ° 122 0.12
MSN-M6-80S-S11.8C ° 80 0.11
11.8 M6 3
MSN-M6-120S-S11.8C ° 120 0.17
MSN-M6-90S-S12C ° 90 0.13
12 M6 3
MSN-M6-1308-S12C ° 130 0.19
MSN-M8-97S-S15C ° 97 0.21
MSN-M8-147S-S15C ° 15 147 M8 4 0.33
@ MSN-M8-197S-815C ° 197 0.44
MSN-M8-107S-S16C ° 107 0.27
16 M8 4
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-M10-2408-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-$23C ° 185 0.98
23 M12 6
MSN-M12-265S-$23C ° 265 1.42
MSN-M12-145S-$25C ° 145 0.91
MSN-M12-215S-S25C [ J 25 215 M12 6 1.36
MSN-M12-285S-$25C ° 285 1.80
MSN-M16-160S-S28C ° 160 1.22
MSN-M16-230S-S28C ° 28 230 M16 8 1.77
MSN-M16-310S-$28C ° 310 2.41
MSN-M16-157S-$32C ° 157 1.61
MSN-M16-217S-$32C ° 217 222
32 M16 8
MSN-M16-287S-$32C ° 287 2.94
MSN-M16-357S-$32C ° 357 3.66

F) BEVAS—AY ROBERMLII ML IFP.2ZTESIRIEE L,

Note) Please see page 2 for recommended tightening torque.

(9

@ | X—AH—7EER Standard stock items

O : JEETEEER Soon to be stocked

O EEDTIELIEDREFEE Soon to be deleted




TYPE 9—35 2 RJUFE Through coolanthole

// DIJET

=[N e =1 s NAG = AN N:= N (TR b2 9N MGN G-Body steel shank holder

o Q= AIEDDOMAKICENDG-Body @¥a—hry14 T
G-Body] eziiLE=hm N ITPRITEDYID < Tk 3 (o & D HIEREIC(E.
ARANNT =YV AICHENETEEG-Body(RF =LY+ o) R0 LET,

eAdopted ultra-rigid and improved body durability "G-Body". eShort type
*Cost-effective and high strength steel shank holder.

@D2: J—Z>/KJUE Coolant hole dia.

pDShe

21 |
L
IR+ IA T Endmill shank type
o & (Mm) Dimensi

B = i o7& (mm) Dimensions &5 (kg)

Cat. No. Stock ¢DS 21 L (DD1 Bn° MD (DD2 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-M12-35-825 ([ J 25 35 105 24 — M12 4 0.36
MGN-M16-37-S32 ([ J 32 37 107 29 — M16 6 0.56

) QM LB LUQAMY Y I X ETEEIG-Body A E L B EDEIHEIKMEIE. P.12~20. P.25~53DFEYHIRERZEZDFFEALEE L,
Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 12-20, page 25-53).

THEME I BN 23R E018E + REDOGNIEIC & b, REFE65HRCLLE & SEEN DRMERICHL BRINT. A&
AMD LU TESRE Rt RE30%L LT v T, BESINIRECOHAERELET,
G B@d E5IC. YID L TOBE. BOREENFTIHRESDET .

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.

@ | X—AH—7EEER Standard stock items

O : JEETEER Soon to be stocked

O EEDIELIEDREFEE Soon to be deleted

O
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TR 7 Cutting data for "QM-MILL"

1. fZEtEERRMRSw NN Pocket milling for aircraft parts

T ML Pocket milling % ®  Partname | FAKME—2X Testpiece
ZHLELE Overhung length: 70mm -
o x .
T o | #% Hl # Material INCO718
#=
1
fiE a3 Hardness 40HRC
———————————— : MPM-5020-M10
4 Z Tool No.
e 2w i MSN-M10-40-S20C
(o]
oo é F | FuJME  InsertNo. | EOMT060210ZER
Y L7 Grade JC5118
ElERRE 5 . _ )
P n, (\Vc) Nn=478min-! | Vc=30m/min
) /50 2% D 3 : _—
< % > % b B Vi, (f) Vi=956mm/min , f=2mm/rev
(2]
c
2
% = dp(mm) 0.3mm
&
(8]
&R Result 1¢§ 8e(mm) 20mm
3
REMLTE FERREIF.255FDVbmaxid J—5Uh Coolant BR(EEY—5>K) Wet cut (high coolant pressure)
0.2mmT< ¥ FTHNTRIRE,
MPM works very well. After 25min, Vbmax was 0.2mm.
Still able to cont%nue. {58 FE e Ak Machine #% MC Horizontal MC

2. A7V UAMDOEEEEIT High efficient machining for stainless steel

BN slot milling 2 #n Part name 7L —h Plate
WEF/NA R RIIVEME HSS endmill:
Vi=40mm/min ) _ %7% o
Q=7.2cc/min, 360cc/L > K3 )L 17K endmill % g Wl M Material SUS304
2000 fiE a3 Hardness —
2 MPM-5020-M10
Z Tool No.
%B BB el MSN-M10-20-S20C
(o]
T | FuTWE  InsertNo. | EOMTO60210ZER
7 & Grade JC8050
gzﬁﬁg n, (V) n=1,600min-!, Vc=101m/min
=4
20 NV
ﬁbbﬁg Vi, (f) Vi=4,000mm/min , f=2.5mm/rev
9 | | »
c
2
% = dp(mm) 0.3mm
5
o
R Result ﬁ'g 8e(mm) 20mm
5
o

QML) <HEHEBQ=24cc/min, _ .
45tQ=900cc/1a—7, J—=35Uhk Coolant I7—70— Airblow

N ZADIEDEEMES S UHREER,

QM mill remove Q=24cc/min.
Total Q=900cc/corner. {8 FAF AR Machine A FMC Vertical MC
QM mill improved 3 times or more productivity & life.
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win o TN Sl mEny 2 2y vzt Definition of corner shape for programming

HID ¥ UE Remains

7054 J—7FR \ <
Corner radius for programming S
I
A\l Q|
©
\ %/ BN
Y =
-~ ’ Y

/////E
- A

B W=1.7 _

Attention for profile milling with EQ>%>¢-type inserts

SYEVZHI Ramping AUAJVINI Helical interpolation @V—IL)CADE LS
@ Dn Calculation of tool pass dia.
L ‘ ¢dc = @Dn—@Dc
\ Y—JUIKRE T I8F
Tool pass dia. Bore dia. Tool dia.
O
3 @ —FHD DYIAFHFRE N ERATLAH
! FREQEMAEVRICLTLEE L,

=

ot Depth of cut per one circuit should not exceed

max. depth of cut ap.

@YV — U\ RDEEAEIFFT IV Ay
ICIED R SRBFETEIDICLTL IEE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

N
T

@SV EVI AUNIVINTHIFEDREZIZLELNHISKMEFRDT0%LL  oIn case of ramping and helical interpolation, apply 70% or less

TTIMIULTLEE L, feed speed from standard cutting condition table.
O RUUYIMTIEHE . #AEXDREZIZEHIRMFRD50%LT  @ln case of drilling, apply 50% or less Z axis feed speed from
TINIULTLEE L, standard cutting condition table.
O RUUVIIMIKIICIEGERLERLIDKTHRUESZESH'HD  ®Long consecutive chips may come out in case of drilling, confirm
FITDT. RE[CEFTHEFELTLESLY, the safe condition sufficiently.
SVEVIMI ANUA)LIGIF T
o IEEINT | mAYLAS Ramping Helical interpolation
& ; - BRAMER RAVIAIERS (@p) =2 = a5
Tool dia. | Eff. Cutting | Max. depth . - ; i=ZVANES BRAINE
Cat. No. (mm) dia. of cut AE:g (J_E) IITEROEHIRS :L(mm) Min. bore dia. | Max. bore dia.
(mm) (mm) Max. ramping | ota) gutting length at Max. dp Dhmin (mm) | Dh max (mm)
angle 6
MPM-2010-M6 10 6.6 0.3 2°18' 7.5 15 18
MPM-2011-M6 11 7.6 0.3 1° 54' 9 17 20
MPM-3012-M6 12 8.5 0.3 1" 36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1° 24' 12.3 21 24
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0° 54' 25.5 29 32
MPM-5020-M10 | 20 16.5 0.4 0’ 45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0" 42' 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0° 30' 45.8 45 48
MPM-7030-M16 | 30 26.5 0.4 0’ 27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0’ 24' 57.3 59 62

E)VERAEGS” 130.5° KITFICTERA LSV (EERSEHEEBALVELIIHKEL LIV,
Note) The ramping angle 0.5 or less is recommended (please refer to the above table).
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e],

RIZDRAEOMT/WHZ H5E3HRF v T {RHEVHISRG

Recommended cutting conditions for "EOMT/W-type inserts"
QM= JL/MPM#AZ MPM type

TE& (mm) Tool dia.
wuls | FYT 10/11 12/13 16/17
Work materials Mg FE No. of teeth 2N F# No. of teeth 3N F#E No. of teeth 4N
Grades [ 2 ap | ae n vi | 2 ap | ae n vi | 2 ap | ae n 3
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
(Sgcﬁsﬁsﬁw 50 | 0.3 | ~6 3,820|4580| 60 | 0.3 | ~8 |3,180|5720| 70 | 0.4 | ~12 2390 8,600
@ 250HBLIT | JC8050 — _ =
E(arbonstegel oSSl 75| 025 | ~6 3440 /3720| 80 | 0.5 | ~8 2860 4630 | 120 | 03 | ~12 2,150 | 6,970
B0, B 100 | 02 | ~5 [3,060|2940| 110 | 02 | ~7 |2,540|3,660| 160 | 0.25 | ~12 | 1,910 | 5,500
P 50 | 0.3 | ~6 |3500] 4200 60 | 03 | ~8 |2920/5260| 70 | 04 | ~12]2190] 7,880
fEc255HBLLF | JC8050 - - -
(LDiesteeI " estre) 75 | 0.2 6 3,150 |3.400| 80 | 0.2 8 | 2630 4260| 120 | 0.3 | ~12 1,970/ 6,380
12804, 12919 100 | 015 | ~5 | 2,800 2,690 | 110 | 0.15 | ~7 |2,340|3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
TJUIN—R ~ ~ ~
R 50 | 0.3 6 |3,500|4200] 60 | 0.3 8 |2920 5260 70 | 04 | ~12 2,190/ 7,880
(LMold-steeI) oSl 75 | 025 | ~6 3150 3400| 80 | 0.5 | ~8 2630 4260| 120 | 03 | ~12 1970 | 6380
12911, £20 100 | 02 | ~5 2,800 2,690| 110 | 0.2 | ~7 |2,340|3:370| 160 | 0.25 = ~12 | 1,750 | 4,900
TUN\—R A A o
B 50 | 0.3 6 | 2860 3150| 60 | 0.3 8 | 23903940 70 | 03 | ~12/1,790 | 5,010
TosASHRC | JO80S| 75 | 025 | ~6 2570 2540| 80 | 0.5 | ~8 2,150 3190 | 120 | 0.25 | ~12 | 1610 | 4,060
I 100 | 02 | ~5 [2290]2010| 110 | 02 | ~7 |1,910]2520| 160 | 02 | ~12]1.430] 3,200
o3 ﬁlﬂ ~ ~ ~
s | 50 | 0.25 | ~6 2,230 2,230 60 | 025 | ~8 1,860 /2,790| 70 | 03 | ~12 /1,390 | 3,340
F%a;geneddieste?l o8| 75 | 015 | ~6 2010 1810| 80 | 015 | ~8 1670 2250 | 120 | 02 | ~12 1250 2,700
priv Al 00| - | - -] {10 -] -1 -] -ltw| -] -] -] -
'-‘- ﬁm ~~ ~~ ~~
o | 50 | 0.1 6 | 950| 470| 60 | 0.1 8 | 80| 600 70 | 0.15 | ~12| 600| 600
e Lo 75 - | - | -] -] s - | -] -] - [120]01 |~12] 59| 490
(12344, 1.2876) 0| - | - | -] -[m] -] -]-]-Tww]| -1-1-1-
) 50 | 03 | ~6 4780|5740 60 | 03 | ~8 3980/7,160| 70 | 0.4 | ~12 | 2980 10,730
oSBT | Jestis | 75 | 025 | ~6 4,300 4640| 80 | 0.25 | ~8 3580 5800| 120 | 035 | ~12 | 2,680 | 8,680
Bl 300113 100 | 02 | ~6 |3,820/3670| 110 | 02 | ~8 | 3,804,580 | 160 | 0.3 | ~12 |2,380 | 6,850
Az 50 | 0.3 | ~6 |3,820 4580 60 | 03 | ~8 |3180/5720| 70 | 0.4 | ~12|2390 | 8,600
SUS304
B250HBLIT: | JOB050 | 75 | 02 | ~6 | 3440 3720| 80 | 02 | ~B |2860 4630|120 | 03 | ~12 2150 6880
tainless stee
Below 250HB 100 | 0.15 | ~5 |3,060| 2,940 110 | 015 | ~7 |2,540| 3,660 160 | 0.25 | ~12 1,910 5,350
o 50 | 03 | ~6 1910|1910 60 | 03 | ~8 1590 /2380| 70 | 03 | ~12 /1,190 | 2,380
FIYEE | o511 ~ ~
(TeeArav) |eetts| 75 | 02 | ~6 1,720 1550 80 | 0.2 8 1,430 1,930| 120 | 0.25 | ~12 | 1,070/ 1,930
Titanium allo
ey 100 | 045 | ~5 | 1530 |1,220| 110 | 015 | ~7 |1270 1520 160 | 0.2 | ~12 | 950 1,520
50 |03 | ~6 | 950 760| 60 | 03 | ~8 | 800| 960| 70 | 03 | ~12| 600| 960
MASE | 05148
(INCO718) 75 02 | ~6 | 850| 760| 80 |02 | ~8 | 720| 780| 120 | 0.25 | ~12 | 540| 780
Inconel (JC8050)
100 | 015 | ~5 | 760| 610| 110 | 015 | ~7 | 640| 610 160 | 02 | ~12| 480| 610

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

WEREDEEEIR

1) EEEDOYIAISEAE RIS LT — 7RIS TREE 20,

) UV RELEZGEIE ThAHRS £ LEEBES ) HRCL TSIV HBWEEERE E T TERL SV,
IEWBNREDNHZE I} FFTTAAFRIERLHWLAEZIV RN SV VIETIF TEEL SV,

4) I7—7O—ICENTIKTRRERIBEFToTLLAZE W, B AITMCTDF v ET ¢ T TR < FRIBITIFR 1280,

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 dp or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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=EDRAEOMT/WH, IFEIIRF v T REVIHISRET
Recommended cutting conditions for "EOMT/W-type inserts"
QM= JL/MPM#AZ  MPM type

TE%& (mm) Tool dia.

wmusr | 727 20/21 25
Work materials | & X% No. of teeth BN F#L No. of teeth 6N

Grades g ap e n Vi 2 ap ac n 3

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

ol 70 0.4 ~14 | 1910 | 8,600 90 0.4 ~18 | 1530 | 8260

BCeoOHBLT | ety | 120 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 1380 | 6710

RN 190 | 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270

i 70 0.4 ~14 | 1750 | 7880 | 90 0.4 ~18 | 1400 | 7,560

e 200HBLLT | JCB0SO | 49 0.3 ~14 | 1580 | 6400 | 140 03 ~18 | 1,260 | 6120

Die steel (JC5118)
(1.2344,1.2379)

Bolow 25518 190 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1,120 | 4,840
TUN—R VS — —
I
R : : ’ : ’ :
50-36HRC 190 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1120 | 4,840
TU\— R/ = —
B s e e e T e
Jiem” o | m | 4 | o | s
e ASHRC 190 0.2 ~14 | 17140 | 3190 | 210 0.2 ~18 920 | 3,090
A
i osae 1570y |108050) : : : : !
42-52HRC 190 - - - - 210 - - - -
I
Hardened die steel | EOMW#z o o
W i 190 - - - N Y - . . -
3.5 70 0.4 ~14 | 2390 | 10750 90 0.4 ~18 | 1910 | 10,310
N .
E?;;@gdﬂgé%gﬁmﬁ Jcs118 | 120 0.35 ~14 | 2150 | 8710 | 140 0.35 ~18 | 1720 | 8360
Below 300HB 190 0.3 ~14 | 1910 | 6880 | 210 0.3 ~18 | 1530 | 6610
Rz 70 0.4 ~14 | 1910 | 8600 90 0.4 ~18 | 1530 | 8260
B250HBLIT | JoB050 | 120 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 1380 | 6710
Below 250HB 190 025 | ~14 | 153 | 5510 | 210 025 | ~18 | 1220 | 5270
sovee | o 70 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
oA, |dcsoso) 120 025 | ~14 860 | 1940 | 140 025 | ~18 680 | 1,840
190 0.2 ~14 760 | 1520 | 210 0.2 ~18 610 | 1,460
e 70 0.3 ~14 480 960 90 0.3 ~18 380 910
(mmls) (jggg‘sg) 120 0.25 ~14 430 860 | 140 025 | ~18 340 730
190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

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

WiEALOFEEIER
1) EEEDOTIAISEAE FRAIES LT — 7RIS TREES 280,

UV W RELIIFE I YHAHRS & LEBBIEL ) HR LTSV HDWVEEEE £ T TERCEE W,
MBI NREDNHZE I} FFTTRAAFRIERLHWLEZIVRICNS SV VIET I TEEL SV,

4) I7—7A—-ICEN T KTRRERIBEFT TSV, B ALTMCTOF v ET ¢ T TR < FRIBITIERE 1230\

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 dp or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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RIZDRAEOMT/WHZ H5E3HRF v T {RHEVHISRG

Recommended cutting conditions for "EOMT/W-type inserts"
QM= JL/MPM#AZ  MPM type

TER (mm) Tool dia.

mu |70 30 32
Work materials H#L No.ofteeth 7N H#L No. ofteeth 8N
Grades 4 ap e n Vi 2 ap Qe n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min") (mm/min)
% ,V "

@gﬁ%ﬁ%ﬂx o 100 0.4 22 | 1270 | 8000 | 100 0.4 24 | 1,190 | 8570
E(arbon b |icstig 150 03 ~22 | 1,140 | 6460 | 150 0.3 ~24 | 1,070 | 6,930
i 210 025 | ~22 | 1,020 | 5140 | 210 025 | ~24 950 | 5470

Tam = ~
(s 100 0.4 22 | 1170 | 7370 | 100 0.4 24 | 1000 | 7,850
TR 25HBLLT | JO80SO | 450 | g3 ~22 | 1050 | 5950 | 150 03 ~24 980 | 6,350

Die steel (JC5118)

(1.2344,1.2379)

AR 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010
UI\—R ~ ~
Ry oo o e e o
R : : : : ’
50 0HRG 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010
TUI\—R$ o o
BAE | o om | om | wr |eme | | i | et w s
e | et ' ‘ ' ‘
o 210 0.2 ~22 760 | 2,980 | 210 0.2 ~24 720 | 3220
]
iosa 1oare) | /C800) : : : :
P 210 015 | ~22 50 | 1,980 | 210 015 | ~24 500 | 1,920
I e R I T
Hardened die steel | EOMW3z : -
(12344, 1.2876) 210 - - - - 210 - - - -
R 100 0.4 ~22 | 1590 | 10,000 | 100 0.4 ~24 | 1490 | 10,730
N .
g%yc(&égdougé%ﬁmﬁ Jostis | 150 035 | ~22 | 1430 | 8110 | 150 035 | ~24 | 1340 | 8680
Boloa: a00HB 210 0.3 ~22 | 1270 | 6400 | 210 0.3 ~24 | 1190 | 6,850
25U 100 0.4 ~22 | 1270 | 8000 | 100 0.4 ~24 | 1190 | 8570
@é%ﬁi%oé)ﬁf JC8050 | 150 0.3 ~22 | 1140 | 6460 | 150 0.3 ~24 | 1070 | 6,930
Below 250HB 210 025 | ~22 | 1,02 | 5140 | 210 025 | ~24 950 | 5470
s5v82 | oo 100 0.3 ~22 640 | 2240 | 100 0.3 ~24 600 | 2,400
(AR | jSerao | 150 025 | ~22 580 | 1,830 | 150 025 | ~24 540 | 1,940
flantumatios 210 | 02 ~22 510 | 1430 | 210 02 ~24 480 | 1,540
e 100 0.3 ~22 320 900 | 100 0.3 ~24 300 960
(ncorte (jggggg) 150 025 | ~22 290 730 | 150 025 | ~24 270 780
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

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

WEREDEEEIR

1) EEEDOYIAISEAE RIS LT — 7RIS TREE 20,

) UV RELEZGEIE ThAHRS £ LEEBES ) HRCL TSIV HBWEEERE E T TERL SV,
IEWBNREDNHZE I} FFTTAAFRIERLHWLAEZIV RN SV VIETIF TEEL SV,

4) I7—7O—ICENTIKTRRERIBEFToTLLAZE W, B AITMCTDF v ET ¢ T TR < FRIBITIFR 1280,

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 dp or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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RiEEMAEOHWH: FFE3TIRTF v JTOFEHISEE W SENLH

H.S.C. recommended cutting conditions for "EOHW-type inserts"
QM= )L/ MPM#A:, MPM type

TE& (mm) Tool dia.

wu s | Ty 10/11 12/13 16 /17
Work materials | %2 B No. of teeth 2N F% No. of teeth 3N % No. of teeth 4N
Grades |2 ap | ae n Vi | 2 ap | ae n vi | 2 ap | ae n Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
TUN—= RV 50 | 025 | ~6 |6,370|5,100| 60 | 0.25 | ~7 |5,300|6,360| 70 | 0.3 | ~12 3,980 | 7,960

(NAK8O,HPM1,P21)

f#38-43HRC ~ ~ ~
Hardened die steel | 26102 [ 75 | 0.2 6 |5730|4,080( 80 | 0.2 7 14,770 5,090 120 | 0.25 12 | 3,580 | 6,370

(1.2311, P21)

38-43HRC 100 | 0.15 | ~5 |5,100|3,260| 110 | 0.15 | ~6 |4,240|4,070| 160 | 0.2 | ~12 | 3,180 | 5,090
BEANE 50 | 02 | ~6 4,770/4,290| 60 | 02 | ~7 |3,980|5370| 70 | 0.25 | ~12 | 2,980 | 5,960
(SKD61, DAC,DHA)

fE42-52HRC " -~ ~
Hardenad die steel | 9C6102 [ 75 | 0.15 6 |4,290|3,430| 80 | 0.15 7 13,580(4,300| 120 | 0.2 12 12,680 | 4,770
e | Ll [ fwe o[- Tm -]

BEANSE 50 0.1 ~6 |2,550(1,530| 60 | 015 | ~7 |2,120/1,900| 70 | 0.15 | ~12 | 1,590 | 1,900
(SKD11,SLD,DC11)

f@55-62HRC N
H(ardened die ste;el JC6102 | 75 - - - - 80 - - - - 120 | 0.1 12 11,430 | 1,520
1.2344,1.2379
55-62HRC 100 | - - - - | 10| - - - - | 160 | - - - -

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

BER LOEFEEIAE
1) LEEOYIEIEA S MRS SO 7— ZEIMEICIE U TREEC 280,

UV N RELIHE I TAARSE LREIEL ) HERL TSIV HDVIEEEEE T TER SV,
B NAREDHZE IR FFTAAFRI LR LIV RICNS SV VIET I THEAC SV,

4) I7—=70O-ICENTIKTRRELIBEIToTAEEWV B AIHBMCTOF v ET « I TIA)) FRIEBITER 230N,

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 dp or Spindle speed and Feed speed.
4) Use air blow.
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H.S.C. recommended cutting conditions for "EOHW-type inserts"
QM= L/ MPM#A  MPM type

TE®Z (mm) Tool dia.

wu s | TV 20/21 25
Work materials ZE R4 No. of teeth BN R4 No. of teeth BN
Grades 2 ap ae n f 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—=R U 70 0.3 ~14 3,180 7,960 90 0.3 ~18 2,550 7,650
ey
Har(aened die stea! JC6102 120 0.25 ~14 2,860 6,370 140 0.25 ~18 2,290 6,120
12511, P21) 190 | 02 ~14 | 2540 | 500 | 210 | 02 ~18 | 2,040 | 4,900
AN 70 0.25 ~14 2,390 5,960 90 0.25 ~18 1,900 5,700
b
<_ 2 ~~ ~~
H(ardened die ste)el JC6102 120 0.2 14 2,150 4,770 140 0.2 18 1,710 4,560
1.2344,1.2379
42-52HRC 190 - - - - 210 - - - -
JRANSE 70 0.15 ~14 1,270 1,900 90 0.15 ~18 1,020 1,840
s
L‘ - ~~ ~~
ke e Jost02| 120 | 0.1 14 | 1140 | 1520 | 140 | 0.1 18 920 | 1,470
1.2344,1.2379
55-62HRC 190 - - - - 210 - - - -
TE& (mm) Tool dia.
wa e | TV 30 32
Work materials g F# No. of teeth 7N F# No. of teeth 8N
Grades 2 ap e n Vi 2 ap e n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—=R U 100 0.3 ~22 2,120 7,420 100 0.3 ~24 1,990 7,960
Fei
C - ~ ~
Hardened die steel JC6102 150 0.25 22 1,910 5,940 150 0.25 24 1,790 6,370
“g%ﬂégﬁ%ﬂ 210 0.2 ~22 | 1,700 | 4,750 210 0.2 ~24 | 1590 | 5,090
AN 100 0.25 ~22 1,590 5,560 100 0.25 ~24 1,490 5,960
Ft
Harﬁened die steel JC6102 150 0.2 ~22 1,430 4,450 150 0.2 ~24 1,340 4770
D2 ) 210 | 045 | ~22 | 1270 | 3560 | 210 | 015 | ~24 | 1190 | 3810
BEANSH 100 0.15 ~22 850 | 1,780 100 0.15 ~24 800 1,900
s
C a ~ ~
H(ardened die ste)el JC6102 150 0.1 22 760 1,430 150 0.1 24 720 1,520
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -

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

WERALDEEER

1) LRROYIEIEAE RIS SO 7— ZBIMEICIE U TREEC 20,

)PV RELEGEIE YhAARS £ LEBES RSV H BV EEEREE T TERL LSV,
HMEN N TNRNHZE IR FTTPAARE LR L TLEIV RICNG SV VIE T TER 28V,
)

4) 770 ICENTIKTREMIBEITOTLEIWV FHICAIHMCTOF v ET « I TR FRIBITER 230,

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 dp or Spindle speed and keep feed per tooth.

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

4) Use air blow.
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av167
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av167
タイプライターテキスト
3,560

av167
タイプライターテキスト
1,780

av167
タイプライターテキスト
1,430

av167
タイプライターテキスト
    -


BEIDAZOMTH; A5E3RTF v T IRELHIFRG

Recommended cutting conditions for "ZOMT-type inserts"
QM= JL/MPM#AZ  MPM type

// DIJET

TE%Z (mm) Tool dia.

mu |72 10/11 12/13 16/17
Work materials | "o HE No. of teeth 2N H# No. of teeth 3N XEL No. of teeth 4N
(m?n) (n?rrrjn %Pnﬁ%e (mﬁ") (mm\{r];win) (mgn) (rﬁr%) a(Pn>r<n‘2a)e (mﬁ'ﬁ (mmVr;in) (m€n) (rﬁr%) 6me>r<nza)e (mirr)r‘) (mm\ﬁnin)
JFa 50 | ~4.0|~60 5000 810 | 60 |~4.0| ~80 4240 1,020\ 70 |~5.0 ~10.0 3,180 1,020
BCes0HBIT | (Gsosy)| 75 | ~12 ~18/4580 640 | 80 | ~17 ~26|3820 800| 120 | ~20|~30 2860 800
S 100 | ~05 | ~0.8 4,070 | 490 | 110 | ~0.6| ~12 3390 610 160  ~07 | ~13 2540| 610
o 50 | ~4.0| ~60 4780 570 | 60 |~40|~80 3980 720| 70 | ~50 ~10.0 2,990 720
BCOSHBLT | Soeosy)| 75 | ~12|~18/4300| 430 | 80 |~1.7 | ~26 3580 540| 120 | ~2.0| ~3.0|2690 540
e 100 | ~0.5| ~08 3,820 310 | 110 | ~0.6| ~1.2 /3,180  380| 160 | ~0.7 ~13 2,390 380
NESTom 50 | ~3.0|~403820 460 | 60 |~30| ~45 3180 570| 70 |~40 ~60 2390 570
BES0-4SHRC | 0| 75 | ~12| ~16 3440 340 | 80 | ~13 ~1.8/2860| 430| 120 | ~1.7 | ~22|2,150 | 430
h2stt, P20) 100 | ~05| ~08 | 3,060 240 | 110 | ~0.6| ~1.0 2540 300| 160 | ~0.6 ~1.1 1,910 300
me 50 | ~4.0|~60 4780 760 | 60 |~4.0|~80 3980 960| 70 | ~5.0 ~10.0 2,990 | 960
B o | Jc5118 | 75 | ~12| ~1.8| 4300 | 600 | 80 |~17|~26 3580 750| 120 | ~2.0| ~30 2690 750
GG, GGG
B 100 | ~0.5| ~08 3,980 480 | 110 | ~0.6| ~1.2 /3,180  570| 160 | ~0.7 ~13|2,390| 570
25U 50 | ~4.0|~60 4,780 570 | 60 |~40| ~80 3980 720| 70 | ~50 ~10.0 2,990 | 720
(SUS304)
BE250HBILT | JCB050 | 75 | ~12 ~1.8 4300 430 | 80 |~1.7 ~2.6|3580 540 120 | ~2.0| ~3.0 2690 | 540
Stainless steel
Below 250HB 100 | ~0.5| ~08 3820 310 | 110 | ~0.6| ~1.2 3,180  380| 160 | ~0.7 ~13| 2,390 380

R IDRINRHLES, ap: BARDYHAAZZRS,

e ¥FEARDOYHAARS, n: TERERE, Vi X)RE

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

BiEALOFEEIER

1) LRROYIEIZA S MRS SO 7— ZAIEICIE U TREEC 280,
)V D RELALGEIR VHAARS £ LEEHESVHRL TSV HB WV EEEREZ T THEAL SV,
IEWBNREDNHZE I} FFTPAARIERLHWLLZIV RN SV VIE T THEAL SV,

4) I7—70O—-ICEN T KTRREMIBEFT TSV, BT AIMCTDF v ET ¢ T TR FRIBITIER 1230

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 dp or Spindle speed and keep feed per tooth.

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

4)Use air blow.
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BEIDAZOMTH; A5E3RF v T IREHIFRG

Recommended cutting conditions for "ZOMT-type inserts"
QM= L/ MPM#A  MPM type

TE%R (mm) Tool dia.

5 Ml + 9;7};; 20721 %
Work materials FE No. of teeth BN FE No. of teeth BN
e 2 ap apxae n Vi 2 ap apxae n Vi
(mm) (mm) (mm2) (min") (mm/min) (mm) (mm) (mm3) (min) (mm/min)
A 70 ~50 | ~160 | 2550 | 1,020 90 ~50 | ~200 | 2040 | 980
B 250HBLLT (jgg’g;%) 120 ~40 | ~80 | 2300 800 140 ~40 | ~100 | 1,840 770
050, 053) 190 | ~30 | ~40 | 2,040 610 | 210 | ~30 | ~80 | 1630 | 590
soE: 70 ~50 | ~160 | 2390 720 90 ~50 | ~200 | 1910 | 690
W2EHBLLT (jgggég) 120 ~40 | ~80 | 2150 540 | 140 ~40 | ~100 | 1720 | 520
i 190 | ~30 | ~40 | 1910 380 | 210 | ~30 | ~80 | 1530 | 370
(ﬁ%ﬁ%%m 70 ~40 | ~16.0 | 1,910 570 90 ~40 | ~200 | 1,530 550
fE30-43HRC | JCBOS0 | 45 ~30 | ~80 | 1,720 430 140 ~30 | ~100 | 1,380 410

Mold steel (JC5118)

(1.2311, P20)

30-43HRC 190 ~2.0 ~4.0 1,530 300 210 ~2.0 ~8.0 1,220 290
(% F%ﬁ) 70 ~5.0 ~18.0 2,390 960 90 ~5.0 ~25.0 1,910 920
@300HBLIT
Greyj(g Nodulmimn JC5118 120 ~4.0 ~10.0 2,150 750 140 ~4.0 ~12.0 1,720 720
GG, GGG
Below 300HB 190 ~3.0 ~5.0 1,910 570 210 ~3.0 ~9.0 1,530 550
2F VRS 70 ~5.0 ~16.0 2,390 720 90 ~5.0 ~20.0 1,910 690
(SUS304)
fEX250HBLLT | JC8050 120 ~4.0 ~8.0 2,150 540 140 ~4.0 ~10.0 1,720 520
Stainless steel
Below 250HB 190 ~3.0 ~4.0 1,910 380 210 ~3.0 ~8.0 1,530 370

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

WERALDEFEEIR
1) LRROYIEIEAFE MRS SO T7— 7RIS U TREEC 280,

)PV RELLGEIE YhAARS & LEEBES RSV HBWEEEREE T TERL LSV,
DHWMBNAREDHZE IR FTVAHFRI LR LIV RICNS SV VIET I THERA SV,

4) I7—=70O—-ICENTIKTRRELIBEIT TSN IS AIHBMCTOF v ET « NI TR FRIBITER 230,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "ZOMT-type inserts"
QM= JL/MPM#AZ  MPM type

TE%R (mm) Tool dia.

mu | 30 32
Work materials XL No. of teeth 7N XL No. of teeth 8N
Ll 2 ap apxae n Vi 2 ap apxae n Vi
(mm) (mm) (mm2) (min) (mm/min) (mm) (mm) (mm3) (min) (mm/min)
KB 100 ~50 | ~220 | 1700 | 950 100 ~50 | ~220 | 1590 | 1,020
(S50C, 8558 L5118
@ 250HBLI T _ _ _ ~
CRO0HBLIT | oay| 150 4.0 150 | 1530 | 750 150 40 150 | 1,430 800
050, 655) 210 | ~30 | ~80 @ 1360 | 570 | 210 | ~30 | ~80 | 1270 610
T 100 ~50 | ~220 | 1590 | 670 100 ~50 | ~220 | 1,490 720
(SKD11, sx10Liv) 15118
B 255HBLLT — — — —
SREHBLIT | o 150 4.0 150 | 1430 | 500 150 4.0 150 | 1340 540
el 210 | ~30 | ~80 | 1270 | 360 20 | ~30 | ~80 | 1190 380
TUN—R48 100 ~50 | ~220 | 1270 | 530 100 ~50 | ~220 | 1,190 570
(HPM7, PX5,NAK80, P20)
f830-43HRC | JCBOSO | 45, ~40 | ~150 | 1,140 400 150 ~40 | ~150 | 1,070 430

Mold steel (JC5118)
(1.2311, P20)

30-43HRC 210 ~3.0 ~8.0 940 260 210 ~3.0 ~8.0 950 300
(ﬁ F§§) 100 ~5.0 ~24.0 1,590 890 100 ~5.0 ~24.0 1,490 960
@E300HBLIT
GreyL% Nodularcainmn JC5118 150 ~4.0 ~16.0 1,430 700 150 ~4.0 ~16.0 1,340 750
GG, GGG
Below 300HB 210 ~3.0 ~9.0 1,270 530 210 ~3.0 ~9.0 1,190 570
27V 100 ~5.0 ~22.0 1,590 670 100 ~5.0 ~22.0 1,490 720
(SUS304)
fEX250HBLLT | JC8050 150 ~4.0 ~15.0 1,430 500 150 ~4.0 ~15.0 1,340 540
Stainless steel
Below 250HB 210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380

R IURINEHURE, ap: MARDYNAALRS, ge: XREAMDYNAARS, n: TEREERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOFEEIR
1) LRROYIEIEA S MRS SO 7— ZEIMEICIE U TREEC 280,

UV N RELIHE I YIAARSE LREIEL Y HEL TSV HDWVEEEREE T TER SV,
B NREDHE IR FFTAHFRI LR LIV RICNS SV VIET I THERAC SV,

4) I7—=70O-ICENTILKTRELIBEIT TSN FHICIIHBMCTOF v ET « I TR FRIEBITER 230N,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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el AN X

m Features

’ | JHBOIRTHRES UEIRRF v 7 (IEERERRE25%ER C.dp=1.0mmTOINTHaaEiES
BERIMTATE, £ 1.7mmU LIRS ICBVTHYEIE - B HENE(L B F. I BEINTTH
LREgn ] pesE L.,

Low cutting Adopted unique 3D geometry inserts with low cutting force (25% lower than coventional tool), QM MAX achieved

force high efficient machining up to ap=1mm.
Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity milling.

=Excellent for vertical wall machining.

2% SIERICEDBEDIIHARET. )0 <FHHE144cc/min (9328 Ya15—5+ TREAR) ZRE,.

x):léilf?(!g{’ig: Multi blades specification achieved Q=144cc/min.

EETU— EIaS5— Ay RMAXFERE. PFRIRICEBNcA—IVBEY v o 7—I\[BE—#] ZHi5 08
= BTLICEKD . UUDBL . GREERINTEF Yy TORFHRILEEIR,
Vibration “QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control the vibration
free by the combination of MSN carbide shank holder.

FyIINUI—-3>

Inserts variation

=iXbHA XD ARSEER iBHEID A Shoulder insert K@ - fiEitLiFm
High feed insert High feed insert for unfavorable 0.03mm or less cusp height gives =ES5—FvJ
true 90 degree with no mismatch “MIRROR INSERT” for finishing

condition
ERMIi100 S 2ZE5 EPMW100312ZER ZPMT1003...ZER (3—7R04,08) side & hottom face
YPHW100308ZER-1.5

BEEODY AL 0.03mmIA T

FyIMEICEK. AAENEL. — KN SEEEM. FIVEE - MASEZOHEME THMAIREEFPVDI— /I8 JC5118) B
KU MG YIHIICRBFEPVDI—5 « > J#47& (UJCBO50) Z KA. &5IC. E5—F v IYPHWFICIE. SEEM - HEINL@ElF#HPVDI—
T4V I UCB102) BLUT—Xy K CX75) 51V v T,

Adopted new PVD coated grade “JC5118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy. And tough grade
“JC8050” for interrupted cutting.Moreover, adopted new PVD coated grade “JC6102” and cermet “CX75” for “MIRROR INSERT” YPHW type.

7))=[li: 31 Cutting performance
A Material: Z71J/\— K >$(NAK8O, 40HRC) P21, 40HRC 4! ~ht SHE =
{ERF 7 Insert No. : EPMT100312ZER (JC8050) =uE )JI\/l?eth?rZ?nLl\faW?te%'I?w)anDC§0§-HFHjE

Y44 Cutting conditions: Dc=32mm, Vc=120.6m/min(/=1,200min),
f=3mm/rev (Vi=3,600mm/min) (643 6N),

@=0.6mm, de=19mm, Q=41cc/min (cC/kw) 20 p _
B & Overhung length: £=100mm ;igé¢Dc—32mm
7EHIY) Shoulder cutting, 477>71% I Down cut, o5 oMM
g3 (T7—70—) Dry (Air blow)
5 o ] 64m(NG) / 224m(NG) 15
= U 5
= QM384miEpk i
E —— @p=1mm, Vi=4.5m/min [ap=0.6mm, Vi=2m/min
=03 T BQMTyoZ S, 24.59 27.27
E ) WAL Competitor A 23.08
1] WF#t Competitor F 24.49
ﬁ 0.2
= (MQXH) &
H QMY v IR %
= 24N S
ﬁ 01 B QMITY 5 QM VAX || fhttREDENHEHEL. AB/NEEF
L —A— a3t Competitor A EHENTED Db L 4k Lower potvyer
4 —@- 4t Competitor F H:Ilﬁb“ms’\’] 0%%‘1\:} consumption
0 o o8 T2 P 720 282 Eﬂ:':lapl ;ﬁ:‘t‘)?‘?tluuol/. Kw of QM max is 6%-10% higher than

tIHI&R (m) Cutting length



TYPE

LTI

(]\Y = 4V2 by @ "DV & a0 (Sl Modular head MQX type

// DIJET

-3 |‘l\1'_l=\" Through coolant hole

nnunn

R

@=iEDHA For high feed milling

@ Db

@ Db

MD

] ] }1
2 —-H -
RO.4,
RO.8 Lt
< ;% (mm)Dimensions 8 &R Parts
2 95 7ThU LF
& T£E| NE WInF v Clamp screw Wrench
Cat. No. Stock i'r\mlgérotfs ¢Dc| Lf | ¢Db| MD | W Applicable inserts @ £ /§
Recommended
torque

MQX-2016-M8 (] 2 16 | 23 |14 M8 | 12
MQX-3020-M10 | ® 3 20 | 30 |18 M10 | 14 TSW-2556H
MQX-4020-M10 | ® 4 20 | 30 |18 M10 | 14
MQX-4025-M12 | ® 4 25 | 35 (225 |M12| 17 EPM+100312ZER
MQX-5025-M12 | ® 5 25 | 35 (225 | M12| 17 ZPMT1003**ZER A-08
MQX-5032-M16 | ® | 5 | 32 | 43 |29 | M16| 22 | YPHWI00308ZER-1.5

DSW-2563H
MQX-6032-M16 | ® 6 32 | 43 | 29 M16 | 22
MQX-6040-M16 | ® 6 40 | 43 | 32 M16 | 26
MQX-7040-M16 | ® 7 40 | 43 | 32 M16 | 26

A) 1RSI ICF v T EHFFHAATHDETBAFIEB KDL T,

2. V25— Y ROERHMIFNLIEP2ZECS

Note) 1. All cutters are supplied without inserts.
2. Please see page 2 for recommended tightening torque.

RLIEEL,

77 =)\ Arbor

HIHISES Cutting conditions @ISIaaeTe a2

@ | X—H—7EEER Standard stock items O:

SEB7EESR Soon to be stocked

O EEDELIEDREFEE Soon to be deleted

@
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e Y Vi

(Wi 2 gl 2 8l Facemill type

G'B@dy =5 N7YTZE Through coolanthole

@=:EDHA For high feed milling

@S HID A For shoulder milling

@ Do @ Do
¢d od
_ o
Y e
oa el sgg'
@ Dc @ Dc
AT 3 1ERs| o A(mm) Dimensions STy 7 .
Type catNo.  |Stock| N1 ) ope| L | @Do| @d |@a1| a | b | £ | ‘e Parts
N 55271l
;#,; QXP-8050R ® | 8 | 50 | 50 | 40 2225 17 | 84| 5 | 20 Clamp screw
Inch Bore DSW-2563H
QXP-6040R-16 | @ 6 40 | 45 | 35 16 14 8.4 | 5.6 | 18 |EPM«100312ZER ?fﬁmﬁ
JU#Z | OXP-7040R16 | @ | 7 | 40 | 45 | 35 | 16 | 14 | 8.4| 56 | 18 |ZPMT1003++ZER| g™ "™
=y —
=7 . g YPHW100308 LrF
iz | OXP-7050R-22 | ® | 7 | 50 | 50 | 40 22 | 17 |104 | 63 20 HI100: L=
Metric Bore| QXP-8050R-22 | ® | 8 | 50 | 50 | 40 | 22 | 17 | 10.4| 6.3 | 20 o
QXP-8052R-22 | @ | 8 | 52 | 50 | 40 | 22 | 17 |10.4| 6.3 | 20

&) RILFCF VT FHIHFHAATHDFBAFIEB KD EE LN,
Note) All cutters are supplied without inserts.

LG AT . 25~53~—

@

@ | X—AH—7EER Standard stock items

O : JEETEER Soon to be stocked

O TEENIELIEDREFEE Soon to be deleted




A/ oroET
Inserts

EEDA High feed insert @Eﬁﬁﬂﬁﬂ:ﬂﬁﬁii—?w?’

4 “MIRROR INSERT” for finishing side & hottom face
A
|
o h\»
| H——»—
re

XD AFSER{ERZ High feed insert for unfavorable condition JSHIDA Shoulder insert
a0 [ i : . m - PN
=
@@W e > 8] | P34,
re LL,‘ f e " T f
547 B & gl PO ZaYd (UMM s&(mm) Dimensions
W50 L. [t Tolerancel 5118 [ @)Jo6102] JC8050 | CX75 | A T B | re | &
EEDHA o
Hig?feed insert EPMT100312ZER M o ) 10 | 3.2 6 1.2 11
(=}e30)z= Pkt 6i .
Eul-ﬁgh feed insert for EPMW100312ZER M o [ J 10 | 3.2 6 1.2 11
unfavorable condition
BElbA ZPMT100304ZER M () ® 10 | 3.2 6 0.4 11°
Shoulder insert ZPMT100308ZER | M [ o 10 | 3.2 6 | 08 | 11°
EA-fAEt LIS —FvT .
EE“MEAOR IN§ER¥" for ? YPHW100308ZER-1.5| H () (@) 10 | 3.35 6 0.8 11
finishing side & bottom face

1 —X10fEADTY, 10 inserts per case.

QMR YIRARAF Y IDHRNT—2ICDUT Discrimination of grade for MQX / QXP insert

ME(O—FT«V D) TELFYTTRDEDDDIY—IMNEIEDE T, CEHADIRICTHEIRLEEL.
Each grade shows different mark around the hole for fool proof.

SEAl~—2
Discrimination mark JC5118 JC8050

° )

@ | X—H—7EEER Standard stock items O : FEHETERES Soon to be stocked O EEDELIEDREFEE Soon to be deleted } @
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‘ l‘ 1 l iznﬁl Z'l'l’:‘l—

winlo TN Sl mEn 2 2y vzt Definition of corner shape for programming

(mm)

g
o
N
e

JOJ5L d—FR  |BLIAHE [HIDEZLE

Ry Corner radius for programming Over Cut Remains

JOJ5L3—FR 2
Corner radius for programming / A ?I R1.0 0 0.57
B Q
. v T R1.5 (BF) 0 0.45
= - - ©
“Remaims | (= R2.0 0.04 0.33

Attention for profile milling with EPMT/W-type inserts

SVEVZ I Ramping AUZAIVINI Helical interpolation @V—IL)SADEL S
@ Dn Calculation of tool pass dia.

L ¢dc = ¢Dn—@Dc

V—)VINRZ VANES TER

Tool pass dia. Bore dia. Tool dia.

@ —FHD DYIAFHFRE D ERAVLAH
FREQpEMABVRICULTLZEE L,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

@YV — U\ RDEEAEIFFT I Ay
IC1ED K SREFETRIDICLTL IEE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

.

OS5 EVI AUNIVINTHRIFEDREZZELHISKMERDT0%LL  oIn case of ramping and helical interpolation, apply 70% or less

TTMIULTLEE LY, feed speed from standard cutting condition table.
O RUUYIINTEE . E5EIXEDREZIZENHIRMERD50%LT  @In case of drilling, apply 50% or less Z axis feed speed from
TINITULTLEE L, standard cutting condition table.
O RUUVIITIEICIEGERLERVLIDLKTHRUESZESH'HD  ®Long consecutive chips may come out in case of drilling, confirm
FIDT. RECFTHEFELTLIES L, the safe condition sufficiently.
SVEVIMI ANUAJILIGIF T
o IEEINT | mAYVLAS Ramping Helical interpolation
e & . : ERAAESR BRAUBAGFRS (ap) = [\432 =}
Tool dia. | Eff.Cutting | Max. depth ) - : =Z\VANES BRAIE
Cat. No. (mm) dia. of cut A6 (E) I TEO YRR L (mm) Min. bore dia. | Max. bore dia.
(mm) (mm) Max. ramping | ota) gutting length at Max. ap Dhmin (mm) | Dh max (mm)
angle 6
MQX-*016-M8 16 10.2 1 1° 48 31.8 22 30
MQX-*020-M10 20 141 1 1° 24' 40.9 30 38
MQX-*025-M12 25 19.1 1 1° 57.3 40 48
MQX-*032-M16 32 26.1 1 0" 42' 81.8 54 62
MQX-*040-M16 40 34 .1 1 0" 30' 114.6 70 78
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

E)ERIABEG” 130.5° LITICTHERC 2SI W (LRBEEEBA LWL ICEECEETWL),
Note) The ramping angle 0.5°or less is recommended (please refer to the above table).



// DIJET

EIEDRHEPMT/WH; AR TF v 7 IREVIHISRE
Recommended cutting conditions for "EPMT/W-type inserts"
QAMIYIRAEI1S—AY R/ MQXH mMaXtype

TE%Z (mm) Tool dia.

wmuisr | 727 16 20
Work materials Mg FEL No. of teeth 2N TEL No. of teeth 3N HEL No. of teeth 4N
Grades | ¢ ap | ae n Vi | 2 ap | ae n vi | 2 a | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
(Ssﬁcﬁsﬁsﬁw ~70 | 06 | ~10|3,600|4,900| ~70 | 06 | ~14 | 2,850 5800 | ~70 0.6 |~14 |2,850 7,700

& 250HBLLT | JC8050 N ~ -
ST (Jistrg)| 120 | 05 | ~10 3,600 4500 120 | 05 | ~14|2850|5300| 120 | 05 | ~14 2850 7,000

(C50, C55)

B 160 | 0.35 | ~10 | 3,000 | 4,200| 190 | 0.35 | ~14 | 2,400|4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
Tl ~70 | 06 | ~10 3600|4900 ~70 | 06 | ~14 |2:850|5.800] ~70 | 0.6 | ~14 | 2,850 | 7,700
CBOSHBIT | Jeatie)| 120 | 05 | ~10 |3600|4500| 120 | 05 | ~14 2,850 5300| 120 | 05 | ~14 | 2,850 | 7,000
ey 160 | 0.35 | ~10 | 3,000 | 4,200| 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
TUN=R>88 ~70 | 06 | ~10]3,600]4,900] ~70 | 06 | ~14 |2,850|5,800 | ~70 | 0.6 | ~14 | 2,850 | 7,700

(HE\I}/IY, PX5, P20)
@(LM%?JEEG';}F:C Josae| 120 05 | ~10 3600 4500| 120 | 0.5 | ~14 |2850 5300| 120 | 05 | ~14 2,850 | 7,000
12011, 120 160 | 0.35 | ~10 | 3,000 | 4,200| 190 | 0.35 | ~14 | 2,400 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
e 70| 05 | ~10 1,900 2600 | ~70 | 05 | ~14 [1,500 3,050 | ~70 | 0.5 | ~14 | 1,500 | 4,050
(LMoIdsteeI) UGote)| 120 | 0.3 | ~10 1,900 | 2,400 | 120 | 0.3 | ~14 1,500 2800| 120 | 03 | ~14 1500 3700
Lo rdl 160 | 0.2 | ~10 | 1,600 |2,200| 190 | 0.2 | ~14 |1,250|2,600| 190 | 0.2 | ~14 | 1,250 | 3,400
o K-Q%QDSASI:—?H 0| ~70 | 04 | ~10 | 1,400 1,400 | ~70 | 04 | ~14 |1,100| 1,650 | ~70 | 0.4 | ~14 | 1,100 | 2,200
an;aened dest (G50 120 | 03 | ~10 1,400 1,400| 120 0.3 | ~14 1,100|1,650| 120 | 03 | ~14 |1,100 | 2,200
8 ) N 2 e e
BEANSE ~ ~ ~ ~ ~ =
oA 70| 015| ~10| 600| 180|~70| 0.15 | ~14 | 500| 230|~70| 0.15 | ~14 | 500| 300

1#E55-62HRC | JC5118 ~ ~

Hardened die steel |Epmws| 120 | 01 | ~10| 600| 180 | 120 | 0.1 14| 500| 230 120 | 01 14 | 500| 300
" | || = [ = [ | - w| - [ = |- |- [w|-|-]-]-
(% F%?E)) ~70| 0.8 | ~10 3,000 5,000|~70 ) 0.8 | ~142400 6,000 ~70| 0.8 | ~14 2,400 8,000

BE300HBLELF | o511 | 120 | 0.6 | ~10 | 3,000 | 4500| 120 | 0.6 | ~14 | 2,400|5400| 120 | 06 | ~14 | 2,400 | 7,200

Grey & Nodular castiron

=

5.6, 66E) 160 | 05 | ~10 | 2200 |3.750| 190 | 05 | ~14 | 1,750 |4500| 190 | 05 | ~14 |1.750 | 6,000
Az am ~70 | 06 | ~10|3100|4200| ~70 | 06 | ~14|2500|5100| ~70 | 0.6 | ~14 | 2,500] 6,800
US304

< 250HBIAT | JC8050 [ 120 | 0.5 | ~10 | 3,000 | 4,000| 120 | 0.5 | ~14 |2,400|4,900( 120 | 0.5 | ~14|2,400 | 6,500

Stainless steel

Below 250HB 160 | 0.35 | ~10 | 3,000 | 4,000| 190 | 0.35 | ~14 | 2,400 | 4,900 ( 190 | 0.35 | ~14 | 2,400 | 6,500
~70| 05 | ~10|1,200 960| ~70 | 05 | ~14| 950|1,140|~70| 0.5 | ~14 | 950 1,500

FEVEE

(Ti-6AI-4V) (jggggg) 120 | 03 | ~10|1200| 960| 120 | 03 | ~14 | 950 |1,140| 120 | 03 | ~14| 950 1,500

Titanium allo

ey 160 | 02 | ~10]1200] 960| 190 02 | ~14| 950|1140| 190 | 02 | ~14 | 950 1,500
~70| 05 | ~10| 630| 380| ~70| 05 | ~14| 500 450| ~70| 05 | ~14| 500| 600

MaaS

(INCO718) (jggg;%) 120 03 | ~10| 630| 380| 120| 03 | ~14| 500| 450| 120 | 03 | ~14 | 500| 600
Inconel
160 | 02 | ~10| 630| 380| 190 | 02 | ~14| 500| 450| 190 | 02 | ~14 | 500| 600

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

BERLDOEREIR
1) LECO YIS IF FEMEIES LSO T— JRIMEICIEU TRE 230,

) VNI RELLGEIR VHAARS £ LEEHES BRIV H BV EEEREE T THEAL SV,
BB NREDNHE I} FTPRAARIERL LIV RICNS SV VIETIF THEAL SV,

4) I7—7 OIS &N KTRREMIBEFT TSV, B AITMCTDF v ET ¢ T TR < FRIBITIFR 1230,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.



Ouick & Mini

New genaration high feed mill
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RIZDREPMT/WH; AE3TRF v T REDREISEMG

Recommended cutting conditions for "EPMT/W-type inserts"
QAMIYIRAEI1S—AY R/ MQAXH mMaXtype

TE®Z (mm) Tool dia.

wmus | T2 25
Work materials | 418 HEL No. of teeth 4N %L No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min"') (mm/min)
% ~ ~ ~ _

Egi% 20| oo 90 0.8 19 | 2300 | 6200 90 0.8 19 | 2300 | 7700
%(arbon sl (65110 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
Bolon 250016 210 0.4 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1900 | 6,500
(k081,011 90 0.8 19 | 2300 | 6200 90 0.8 19 | 2300 | 7700

BECSAOOHBLLT | J08090 | 449 06 | ~19 | 2300 | 5600 | 140 06 ~19 | 2300 | 7,000

Die steel (JC5118)

(1.2344, 1.2379)

e 210 0.4 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1,900 | 6,500
TJUI\—R ~ ~ ~ ~
R oo o e e e
" st ' o | -
o RHAD 210 0.4 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1,900 | 6500
TUN\—R o Ao A Ao
BRI a0 o0 | ie | o | amo | w0 | os | ~ts im0 | om
Ja” (i | SN | 20 | 5
e 210 0.3 ~19 | 1,000 | 2700 | 210 03 ~19 | 1,000 | 3,400
L Y B s PR TR
osai 15a7e) |1/C8050) ' : ' :
42-52HRC 210 - - - - 210 - - - -
e
a1 57y | EPMWR : :
55-62HRC 210 - - - - 210 - - - -
& B ~90 0.8 ~19 | 1900 | 6400 | ~90 0.8 ~19 | 1,900 | 8,000
N .
g;i;@gg@%@ Jo5118 | 140 06 | ~19 | 190 | 5800 | 140 0.6 ~19 | 1,900 | 7,200
Bl SO0iB 210 05 ~19 | 1600 | 4800 | 210 0.5 ~19 | 1600 | 6,000
25U ~90 0.8 ~19 | 2000 | 5450 | ~90 0.8 ~19 | 2000 | 6,800
@;ﬁ?ﬂ%&%&f JC8050 | 140 0.6 ~19 | 2000 | 5200 | 140 0.6 ~19 | 2000 | 6500
Below 250H8 210 035 | ~19 | 1900 | 4950 | 210 035 | ~19 | 1900 | 6,200
ssvam | oo ~90 05 ~19 750 | 1,200 | ~90 05 ~19 750 | 1,500
iearay) | en| 140 0.3 ~19 750 | 1,200 | 140 0.3 ~19 750 | 1,500
anumaloy 210 02 | ~19 750 | 1200 | 210 02 | ~19 750 | 1,500
e ~90 05 ~19 400 480 | ~90 0.5 ~19 400 600
(ncortg (jggt‘);%) 140 0.3 ~19 400 480 | 140 0.3 ~19 400 600
210 0.2 ~19 400 480 | 210 0.2 ~19 400 600

R IVRINRHELRR, ap: ARDYNAAKRE, Ge: FRFAMDYNAHEE, n: TEOERE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEEEE
1) LECDO YIRS IE FEMEIES SO T— TRIMEICIE U TRRE 230,

)PV RELEZGEIR ThAARS £ LEEBES R L TSIV HBWEEERE E T TERL SV,
DEWBNAENHE R FTTAHFRSERL LIV RN SV VIETIF THEAL SV,

4) I7—7O—ICENT)KTREEMIBEFToTLAZE W, BHSAITMCTDF v ET ¢ T TR S FRIBITIFR 1280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

@ 4) Use air blow.



// DIJET

EIEDRHEPMT/WH; AR TF v 7 IREVIHISRE
Recommended cutting conditions for "EPMT/W-type inserts"
QAMIYIRAEI1S—AY R/ MQXH mMaXtype

TE®& (mm) Tool dia.

wal | T 32

Work materials ZLE F# No. of teeth 5N F# No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
5;33«5;62% 20 | oo 100 0.8 %5 | 1900 | 6350 | ~100 0.8 25 | 1900 | 7,600
%(arbon Gen | (cstre) 150 0.6 ~25 | 1800 | 6000 | 150 0.6 ~25 | 1,800 | 7,200
B0, B3 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000
(5T 100 0.8 %5 | 1,900 | 6350 | ~100 0.8 %5 | 1,900 | 7,600
R 255HBLLT | JCB050 | 45, 0.6 ~25 | 1800 | 6000 | 150 0.6 ~25 | 1,800 | 7,200

Die steel (JC5118)
(1.2344,1.2379)

e 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000
J)\—R /S ~ ~ ~ ~
R 1o e e e o
A% |8 ' : : : ’ ’
o RHA 210 0.4 ~25 | 1500 | 5000 | 210 0.4 ~25 | 1500 | 6,000
TUI\—R /4 A A A ~
N B eI
e e | ’ | ’
5o ASHAC 210 0.3 ~25 800 | 2650 | 210 0.3 ~25 800 | 3,200
SO eoe o 0s T o | | 0s e 0 i
osa 15a7e) |1/C8050) ' : ' :
42-52HRC 210 - - - - 210 - - - -
A
i oaaa 1 5a7) | EPMW : :
55-62HRC 210 - - - - 210 - - ~ -
(% Fi%) ~100 1 ~25 1,500 6,250 | ~100 1 ~25 1,500 7,500
N .
ﬁﬁé@f@%ﬂn Jostis | 150 08 | ~25 | 1500 | 5750 | 150 0.8 ~25 | 1500 | 6900
Bol: SOOHB 210 0.6 ~25 | 1250 | 4850 | 210 0.6 ~25 | 1250 | 5800
25V ~100 0.8 ~25 | 1,700 | 5700 | ~100 0.8 ~25 | 1,700 | 6,800
Es“ﬁ?igéoé)ﬁf JC8050 | 150 0.6 ~25 | 1600 | 5350 | 150 0.6 ~25 | 1600 | 6,400
Below 250HB 210 035 | ~25 | 1500 | 5000 | 210 035 | ~25 | 1500 | 6,000
soven | oo ~100 0.5 ~25 600 | 1,250 | ~100 05 ~25 600 | 1,500
(riea-ay) [ jEeite | 150 0.3 ~25 600 | 1250 | 150 0.3 ~25 600 | 1,500
anumaloy 210 02 | ~25 600 | 1250 | 210 02 ~25 600 | 1,500
e ~100 05 ~25 300 500 | ~100 0.5 ~25 300 580
(ncortg (jgg(‘);%) 150 0.3 ~25 300 500 | 150 0.3 ~25 300 580
210 0.2 ~25 300 500 | 210 0.2 ~25 300 580

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

BERLDOEREIR
1) LR OYIEIEA S AEWEIES SO T7— ZAIEICIE U TREEC 280,

) VNI RELLGEIR VHAARS £ LEEHES BRIV H BV EEEREE T THEAL SV,
BB NREDNHE I} FTPRAARIERL LIV RICNS SV VIETIF THEAL SV,

4) I7—7 OIS &N KTRREMIBEFT TSV, B AITMCTDF v ET ¢ T TR < FRIBITIFR 1230,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.



Ouick & Mini

New genaration high feed mill

e

RIZDREPMT/WH; AE3TRF v T REDREISEMG

Recommended cutting conditions for "EPMT/W-type inserts"
QAMIYIRAEI1S—AY R/ MQAXH mMaXtype

TE®Z (mm) Tool dia.

wul |77 20
Work materials | 418 HEL No. of teeth 6N T#L No. of teeth 7N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min"') (mm/min)
KR ~ ~ - »

Egi{;%a%sg? o050 100 0.8 32 1,500 6,300 100 0.8 32 1,500 7,500
%(arbon Ste?| (JC5118) 150 0.6 ~32 1,400 5,900 150 0.6 ~32 1,400 7,000
Be(ljgve'zcs%fl)-m 210 0.4 ~32 1,200 5,000 210 04 ~32 1,200 6,000
(S_I§D61, SKD\11) 100 0.8 32 1,500 6,300 100 0.8 32 1,500 7,500

BR&2O5HBLLT | J680S0 | 45, 0.6 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000

Die steel (JC5118)

(1.2344, 1.2379)

el 210 | 04 ~32 | 1200 | 5000 | 210 0.4 ~32 | 1200 | 6,000
UI\—R 2§ ~ ~ ~ ~
A o o [ e e
" st ' - | -
o RHAD 210 | 04 ~32 | 1200 | 5000 | 210 0.4 ~32 | 1200 | 6,000
TUI\—R$ A A Ao Ao
EATR com| 0 o0 | ow | v ame | ot | | e
sy | st ' ' ' ’
S 210 | 03 ~32 620 | 2500 | 210 0.3 ~32 620 | 2,900
]
osai 15a7e) |1/C8050) ' : ' :
42-52HRC 210 - - - - 210 - - - -
SRR | o o e | w | o e
a1 57y | EPMWR : :
55-62HRC 210 - - - - 210 - - - -
& B ~100 | 1 ~32 | 1200 | 6150 | ~100 1 ~32 | 1200 | 7,200
N .
g;i;@gg@%@ Jostie | 150 | 08 | ~32 | 1200 | 5650 | 150 0.8 ~32 | 1200 | 6600
Bl SO0iB 210 | 06 ~32 | 1000 | 4700 | 210 0.6 ~32 | 1,000 | 5500
25U ~100 | 08 ~32 | 1350 | 5850 | ~100 0.8 ~32 | 1350 | 6800
@Széign{gfé%ﬂ: Jcsoso| 150 | 06 ~32 | 1300 | 5550 | 150 0.6 ~32 | 1300 | 6500
Below 250H8 210 | 035 | ~32 | 1200 | 5150 | 210 035 | ~32 | 1200 | 6,000
ssvam | oo ~100 | 05 ~32 480 | 1,150 | ~100 0.5 ~32 480 | 1,350
(o) [seeMe ] 150 | 03 ~32 480 | 1,150 | 150 0.3 ~32 480 | 1,350
anumaloy 210 | 02 | ~32 480 | 1150 | 210 0.2 ~32 480 | 1,350
e ~100 | 05 ~32 250 450 | ~100 0.5 ~32 250 520
(ncortg (jggt‘);%) 150 0.3 ~32 250 450 | 150 0.3 ~32 250 520
210 | 02 ~32 250 450 | 210 0.2 ~32 250 520

R IVRINRHELRR, ap: ARDYNAAKRE, Ge: FRFAMDYNAHEE, n: TEOERE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEEEE
1) LECDO YIRS IE FEMEIES SO T— TRIMEICIE U TRRE 230,

)PV RELEZGEIR ThAARS £ LEEBES R L TSIV HBWEEERE E T TERL SV,
DEWBNAENHE R FTTAHFRSERL LIV RN SV VIETIF THEAL SV,

4) I7—7O—ICENT)KTREEMIBEFToTLAZE W, BHSAITMCTDF v ET ¢ T TR S FRIBITIFR 1280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

@ 4) Use air blow.



// DIJET

EIEDRHEPMT/WH; AR TF v 7 IREVIHISRE
Recommended cutting conditions for "EPMT/W-type inserts"
QAMIY IR RTPIALTISA X/ QXPHR: QXP type (facemill type)

TE#R (mm) Tool dia.
W+ FuT | REULRE 40
£(mm)
Work materials | #%8 | of00 S No. of teeth 6N SR No. of teeth 7N
Grades length ap ae n Vi ap ae n Vi
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
( e | ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
$50C, 5556 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
B BT | eyog) 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(C50, C55) 300 — — — — — — — —
Below 250HB 350 — — — — — — — —
( TES ) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
SKD61, SKD11 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
BB | et |_250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(1.2344,1.2379) 300 = = — — — — — —
Below 255HB 350 — — = — — — — —
(7u1\—|<‘y§m) ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
HPM?7, PX5, P20 200 06 ~32 1,100 5,300 0.6 ~32 1,100 6,200
BB SBHRC | et 250 05 ~32 1.000 4,800 05 ~32 1,000 5,600
(1.2311, P20) 300 - — — - — - _ _
30-36HRC 350 — — — — — — — —
( FUN\— Hym) ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
NAK8O, HPM1, P21 200 04 ~32 640 2,650 0.4 ~32 640 3,100
B T eoC | e[ 250 03 ~32 600 2,500 03 ~32 600 2,900
(1.2311, P21) 300 — — — - — — - —
38-43HRC 350 - — - - - = - —
( BEANSE | ~150 04 ~32 520 1,550 0.4 ~32 520 1,800
SKD61, DAC, DHA _ ~ _ ~
HX42-50HRC | JC5118 | o0 02 32 520 1,550 02 32 520 1,800
Hardened die steel |(JC8050)
(1.2344,1.2379) 300 - - — - - - - -
42-52HRC 350 - - - - - - - -
( B ANSE | ~150 0.15 ~32 240 230 0.15 ~32 240 270
SKDG61, DAC. DHA _ ~ , ~
§E55-62HRC | JC5118 ggg 0.1 32 220 il 0.1 32 220 250
Hardened die steel [ EPMWsz
(1.2344,1.2379) 300 - - - - - = = =
55-62HRC 350 — = = = — — — —
(5;; ﬁ;) ~150 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
FC, FCD 200 06 ~32 1,000 6,000 0.6 ~32 1,000 7,000
BB | st 250 05 ~32 900 5,400 05 ~32 900 6.300
300 - - - — — - - -
Below 300HB 350 — — — — — — — —_
— ~150 06 ~32 1,200 5,400 0.6 ~32 1,200 6,300
2F VRS : , , ,
(js_us304)m 200 04 ~32 1,100 4,950 0.4 ~32 1,100 5,800
B 250HBILT | JCB050 250 03 ~32 1,000 4,450 0.3 ~32 1,000 5,200
Stainless steel 300 = = = = — — — —
Below 250HB 350 — = — — — — — —
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
FOVEE | ospig 200 04 ~32 440 1,050 0.4 ~32 440 1,230
(Ti-6AI-4V) | Jea0s0) 250 03 ~32 440 1,050 0.3 ~32 440 1,230
Titanium alloy 300 — - — — — — — —
350 — — — — — — - -
~150 06 ~32 240 430 0.6 ~32 240 500
WMHEE | 05118 200 04 ~32 200 360 0.4 ~32 200 420
(INCO718) | Y5g0s50) 250 03 ~32 200 360 0.3 ~32 200 420
Inconel 300 — = = = — — — —
350 — — — — = = - =

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

BERLDOEREIR
1) LECO YIS IF FEMEIES LSO T— JRIMEICIEU TRE 230,

) VNI RELLGEIR VHAARS £ LEEHES BRIV H BV EEEREE T THEAL SV,
BB NREDNHE I} FTPRAARIERL LIV RICNS SV VIETIF THEAL SV,

4) I7—7 OIS &N KTRREMIBEFT TSV, B AITMCTDF v ET ¢ T TR < FRIBITIFR 1230,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.



RIZDREPMT/WH; AE3TRF v T REDREISEMG

Ouick & Mini

Il

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

QMY Y IR RFPILTITSA R/ QXPH: QXP type (facemill type)

New genaration high feed mill

TEE (mm) Tool dia.

waa | Ty |RELRS 50 50/52
£(mm)
Work materials | M1 Overhung F# No. of teeth 7N X#8 No. of teeth 8N
Grades | “jength ap ae n Vi ap ae n Vi
(mm) (mm) (min-) (mm/min) (mm) (mm) (min-) (mm/min)
( et ) ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
$50C, $55C 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
& 250 HBLLT | JC8050 = ; ' ~ , ,
Camonshe | |(JCs118) 250 0.6 40 900 5,350 0.6 40 900 6,100
(50, C55) 300 05 ~40 800 4,750 05 ~40 800 5,450
Below 250HB 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
( TEE ) ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
SKD61, SKD11 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
BT | e[ 250 06 ~40 900 5,350 06 ~40 900 6,100
(1.2344, 1.2379) 300 05 ~40 800 4,750 0.5 ~40 800 5,450
Below 255HB 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
(7U}\—|\“y§|ﬂ) ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
HPM7, PX5, P20 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
i@ 30-36HRC | JCB050 250 0.6 ~40 900 5,350 0.6 ~10 900 6,100
Mold steel (JC5118)
(1.2311, P20) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
30-36HRC 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
( FUN\— Hyﬁm) ~150 0.8 ~40 540 2,600 0.8 ~40 540 3,000
NAK80, HPM{, P21 200 0.6 ~40 540 2,600 0.6 ~40 540 3,000
fEc 38-43HRC | JCB050 250 0.4 ~40 510 2.500 04 ~40 510 2.850
Mold steel (JC5118)
(1.2311, P21) 300 0.3 ~40 480 2,350 0.3 ~40 480 2,700
38-43HRC 350 0.3 ~40 480 2,000 0.3 ~40 480 2,300
( AN ) ~150 0.6 ~40 400 1,400 0.6 ~40 400 1,600
SKD61, DAC, DHA 200 0.4 ~40 400 1,400 0.4 ~40 400 1,600
fEx42-52HRC | JC5118 ~ ' ~ ,
ardened g stesl |(108050) 250 0.2 40 400 1,400 0.2 40 400 1,600
(1.2344, 1.2379) 300 — - - - - — - =
42-52HRC 350 - — - - - - - -
( 1% A8 ) ~150 0.15 ~40 190 210 0.15 ~40 190 240
SKD61, DAC, DHA 200 0.15 ~40 170 190 0.15 ~40 170 220
e 55-62HRC | JC5118 ~ ~
o asio || BRI 250 0.1 40 170 190 0.1 40 170 220
(1.2344,1.2379) 300 - - — _ — - — e
55-62HRC 350 = - = = - - = -
(ﬁ ﬁ;) ~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
RCS00HBILE | jost1s | 250 06 ~40 850 5,950 0.6 ~40 850 6,800
y & Nodular cast iron
, 300 05 ~40 800 5,600 05 ~40 800 6,400
Below 300HB 350 0.4 ~40 800 5,600 0.4 ~40 800 6,400
—. ~150 0.8 ~40 950 5,600 0.8 ~40 950 6,400
YU ' ,
Xéusr,'ﬁ)fm 200 0.6 ~40 950 5,000 0.6 ~40 950 5,700
e 250HBILT | JC8050 250 0.4 ~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
e 200 350 03 ~40 850 4,450 0.3 ~40 850 5,100
~150 0.8 ~40 380 1,050 0.8 ~40 380 1,020
FSUBE | s 200 0.6 ~40 380 1,050 0.6 ~40 380 1,220
(Ti-6A4V) | yCooeoy 250 0.4 ~40 350 980 0.4 ~40 350 1,120
Titanium alloy 300 03 ~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
WHEE | sy 200 0.6 ~40 190 390 0.6 ~40 190 450
(NCO718) | \Ca050) 250 0.4 ~40 160 330 0.4 ~40 160 380
Inconel 300 03 ~40 160 330 0.3 ~40 160 380
350 0.3 ~40 130 270 0.3 ~40 130 310

R IVRINRHELRR, ap: ARDYNAAKRE, Ge: FRFAMDYNAHEE, n: TEOERE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXEEIA
1) LECDO YIRS IE FEMEIES SO T— TRIMEICIE U TRRE 230,

)PV RELEZGEIR ThAARS £ LEEBES R L TSIV HBWEEERE E T TERL SV,

)
DEWBNAENHE R FTTAHFRSERL LIV RN SV VIETIF THEAL SV,
4) T7—7OA—ICENTIKFRRENIBEIT TSN 4FIC AITMCTDF + EF 1 AIIZTI3E0V) ST

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

4) Use air blow.

I
A=

{FEEWY,



BEIDAZPMTH; AFXIRTF v T FEIEISRMG

Recommended cutting conditions for "ZPMT-type inserts"

QAMIYIRAEI1S—AY R/ MQXH mMaXtype

// DIJET

TE%R (mm) Tool dia.

mu |70 16 20
Work materials Grades HE No. of teeth 2N H# No. of teeth 3N XEL No. of teeth 4N
(m?n) (nan‘?]) a(‘rjnﬁ’l%e (mﬁ") (mm\{;win) (mgn) (r?r%) a(’rDI’l)I<‘n§)e (mﬁ‘b (mmvr;in) (m€n) (n?r%) a(ﬁ:r;za)e (m{l)]") (mm\ﬁnin)
LA ~70 | ~6.0|~13.0 3,180 | 760 | ~70 | ~6.0 |~16.0/ 2550 | 920 | ~70 ~6.0|~16.0/ 2550 1220
BRCeo0HBIT | (Goosy)| 120 | ~4.0 | ~4.0/2,860 630 | 120 | ~50 ~8.02300 760 | 120 | ~5.0| ~8.0/ 2300 1010
N 160 | ~3.0 | ~2.0/ 2540 | 500 | 190 | ~40| ~40 2,040| 620 | 190 | ~4.0| ~40 2,040 820
o ~70 | ~6.0 |~13.0/2,990 | 600 | ~70 | ~6.0 |~16.0{ 2390 | 720 | ~70 | ~6.0 |~16.0/2,390 | 960
BECOSHBLT | foeoay)| 120 | ~40| ~4.0/2690| 480 | 120 | ~5.0| ~8.0 2,150 580 | 120 ~5.0| ~802,150 | 770
Bole oahe 160 | ~3.0| ~2.0/2,390 | 380 | 190 | ~40 | ~4.0[1910 460 | 190 | ~4.0| ~4.01,910 610
(@zé@gﬁ(@m . ~70 | ~6.0 | ~8.02,390 480 | ~70 | ~6.0 |~16.01,910| 570 | ~70 | ~6.0 ~16.0 1,910| 760
90-4SHRC | 0000|120 | ~3.0| ~3.0/ 2,150 | 300 | 120 | ~4.0| ~80/1,720| 460 | 120 | ~40| ~8.01720| 620
h2stt, P20) 160 | ~2.0 ~1.6/1910 310 | 190 |~3.0 ~4.0/1530| 370 | 190 ~3.0| ~4.0 1,530 | 490
a2 ~70 | ~7.0 |~13.02,990 | 720 | ~70 | ~6.0 |~18.0/ 2,390 | 860 | ~70 | ~6.0 ~18.0/ 2,390 | 1,150
B o | Jc5118 | 120 | ~4.0| ~40] 2,690 | 590 | 120 | ~5.0|~100/2150 | 710 | 120 | ~5.0|~10.0/2150 950
e 160 | ~3.0 | ~2.0/ 2,390 | 480 | 190 | ~40| ~50/1,910| 570 | 190 | ~4.0| ~50 1,910| 760
25 VLR ~70 | ~6.0|~13.0 2,990 | 600 | ~70 | ~6.0 |~16.0/2,390 | 720 | ~70 ~6.0|~16.0/2390 960
EE?_V(EESSHOS)LL{‘F JCB050 | 120 | ~3.6| ~8.6 2,690 | 480 | 120 | ~5.0| ~B.0/2150| 580 | 120 | ~5.0| ~8.0 2150| 770
Soow 2505 160 | ~25 | ~2.0/ 2,390 | 380 | 190 | ~4.0| ~40 1,910| 460 | 190 | ~4.0| ~40 1,910| 610

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

BERALOEEEIR

1) EEEDOYIAISEA S FMEIMES SO T — ZBIEICIE U TREE 280,
UV W RELIIBHE R THAHRS & LEBBIEL ) HERLTLEEV . HDWVIREEERE £ T TER SV,
IHWBNREDHZE IR FFTTAARI LR LIV RN SV VIET I THEEL SV,

4) I7—7A-ICENTIKTRRELIBEIT TSV B AITMCTOF v ET ¢ T TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

4)Use air blow.



Ouick & Mini

New genaration high feed mill

eJr VY

BEIDAZPMTH; AFXZIRTF v T FEEISRG

Recommended cutting conditions for "ZPMT-type inserts"
QAMIYIRAEI1S5S—AY R/ MQAXH mMaXtype

TER (mm) Tool dia.

w7 25

Work materials X#L No. of teeth 4N XL No. of teeth BN
e 2 ap apxae n Vi 2 ap apxae n Vi
(mm) (mm) (mm2) (min") (mm/min) (mm) (mm) (mm2) (min) (mm/min)
JEm ~90 | ~60 | ~200 | 2040 | 980 ~00 | ~60 | ~200 | 2040 | 1220
B 250HBLLT (jgg’g;%) 140 | ~50 | ~100 | 1840 810 140 | ~50 | ~100 | 1840 | 1,010
050, 053) 210 | ~40 | ~80 | 1630 | 660 210 | ~40 | ~80 | 1,630 820
sonE: ~00 | ~60 | ~200 | 1910 | 770 ~00 | ~60 | ~200 | 1910 960
el 20 (jggggg) 140 | ~50 | ~100 | 1,720 620 140 | ~50 | ~100 | 1,720 770
I 210 | ~40 | ~80 | 1530 | 490 210 | ~40 | ~80 | 1530 610
(Hgﬁ;)(\s—mﬁ;/oﬁp@m ~90 | ~60 | ~200 | 1530 | 610 ~90 | ~60 | ~200 | 1530 760
fE30-43HRC | JOBOSO | 445 | g0 | ~100 | 1,380 500 140 | ~40 | ~100 | 1,380 620

Mold steel (JC5118)

(1.2311, P20)

30-43HRC 210 ~3.0 ~8.0 1,220 390 210 ~3.0 ~8.0 1,220 490
(ﬁ F§§) ~90 ~6.0 ~25.0 1,910 920 ~90 ~6.0 ~25.0 1,910 1,150
R 300HBLIF — _ ~ ~
GreyL%Nodulmimn JC5118 140 5.0 12.0 1,720 760 140 5.0 12.0 1,720 950
GG, GGG
Below 300HB 210 ~4.0 ~9.0 1,530 610 210 ~4.0 ~9.0 1,530 760
27U ~90 ~6.0 ~20.0 1,910 770 ~90 ~6.0 ~20.0 1,910 960
(SUS304)
fE250HBLLT | JC8050 140 ~5.0 ~10.0 1,720 620 140 ~5.0 ~10.0 1,720 770
Stainless steel
Below 250HB 210 ~4.0 ~8.0 1,530 490 210 ~4.0 ~8.0 1,530 610

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHMES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXREIR
1) EEEDOYIAISEAE FHEIES ST — ZBIMEICIE U TREE 280,

) UV N RELIIGE R THASRS £ LRBIEL W HERL TSV HDWVIZEERE £ T TERAZEL,
EMENNTENHZE IR FTTPAARS LR L TLAEZV RICNG SV VIE TP TERL 28V,

4) I7—7A—-ICEN T KTRRELIBEIT TSV BT AITMCTOF v ET ¢ IIT TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



// DIJET

RRIDAZPMTH; AFXZIRT v T (FEIEISRG

Recommended cutting conditions for "ZPMT-type inserts"
QAMIYIRAEI1S—AY R/ MQXH mMaXtype

F s TE%& (mm) Tool dia.
% A MJE 32
Work materials F#L No. of teeth BN FE No. of teeth BN
Grades 4 ap apxae n Vi ap apxae n Vi
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-") (mm/min)
s ~100 ~6.0 | ~22.0 | 1,590 950 ~100 ~6.0 | ~220 | 1,590 1,140
(S50C, 8558 1518
fEe250HBLLT N N - N
Caonsied  |(C8050) 150 5.0 15.0 | 1,430 780 150 5.0 15.0 | 1,430 940
£ U50,055) 20 | ~40 | ~80 @ 1270 | 630 20 | ~40 | ~80 | 1270 760
TEif ~100 ~6.0 | ~22.0 | 1,490 740 ~100 ~6.0 | ~220 | 1,490 890
(SKD11, sx10Liv) 1518
fEc255HBLIT - - _ -
S (1C8050) 150 5.0 15.0 | 1,340 600 150 5.0 15.0 | 1,340 720
el 210 | ~40 | ~80 | 1190 | 480 20 | ~40 | ~80 | 1190 570
JUN—R/f] ~100 | ~60 | ~22.0 | 1,190 590 ~100 ~6.0 | ~22.0 | 1,190 710
(HPM7, PX5,NAK80, P20) 168050
fEer30-43HRC - - _ —
( Hhold steel | (C5118) 150 5.0 15.0 | 1,070 480 150 5.0 15.0 | 1,070 580
1.2311, P20
30-43HRC 210 ~4.0 ~8.0 950 380 210 ~4.0 ~8.0 950 460
(ﬁ F§§) ~100 ~6.0 | ~240 | 1,490 890 ~100 ~6.0 | ~240 | 1490 1,070
R 300HBLIF ~ ~ — _
GreijNodulmimn JC5118 150 5.0 16.0 | 1,340 730 150 5.0 16.0 | 1,340 880
GG, GGG
Below 300HB 210 ~4.0 ~9.0 | 1,190 590 210 ~4.0 ~9.0 | 1,190 710
Z(j_-y[/;()ﬁlﬂ ~100 ~6.0 | ~22.0 | 1,490 740 ~100 ~6.0 | ~22.0 | 1,490 890
SUS304
B 250HBLLT | JC8050 150 ~50 | ~150 | 1,340 600 150 ~50 | ~150 | 1,340 720
Stainless steel
Below 250HB 210 ~4.0 ~80 | 1,190 480 210 ~4.0 ~80 | 1,190 570

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

BiEALOFEEIR
1) EEEDOYIAISEA S FMEIMES SO T — ZBIEICIE U TREE 280,

UV W RELIIBHE R THAHRS & LEBBIEL ) HERLTLEEV . HDWVIREEERE £ T TER SV,

D EMENNFRENHZ AR FTTPAARS LR L TLAEZV RICNG SV VIE T TERL 28V,

4) I7—7A-ICENTIKTRRELIBEIT TSV B AITMCTOF v ET ¢ T TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



Ouick & Mini

New genaration high feed mill

eJr VY

BEIDAZPMTH; AFXZIRTF v T FEEISRG

Recommended cutting conditions for "ZPMT-type inserts"
QAMIYIRAEI1S5S—AY R/ MQAXH mMaXtype

S TE®Z (mm) Tool dia.
wWHIH | 40
Work materials TEL No. of teeth BN R No. ofteeth 7N
Grades 2 ap apxae n Vi ap apxae n Vi
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-) (mm/min)
PRl ~100 ~6.0 ~28.0 1,270 920 ~100 ~6.0 ~28.0 1,270 1,070
(S50C, 3558 L5118
B 250HBLLT N N - N
oo T lucsoso)| 189 5.0 200 | 1140 | 750 150 50 | ~20.0 | 1,140 880
050, 053) 20 | ~40 | ~100 @ 1010 | 610 20 | ~40 | ~100 | 1,010 710
IE# ~100 ~6.0 ~28.0 1,190 590 ~100 ~6.0 ~28.0 1,190 690
(SKD11, sx1oLiv) Jc5118
@& 255HBLLT N N - -
=TT coso] 189 5.0 200 | 1,070 | 450 150 50 | ~20.0 | 1,070 520
I 210 | ~40 | ~100 | 950 | 320 20 | ~40 | ~100 | 950 370
JUN\—R48 ~100 ~6.0 ~28.0 1,530 470 ~100 ~6.0 ~28.0 1,530 550
(HPM?7, PX5,NAKS0, P20) 108050
#30-43HRC - - - -
(me gl 05T 150 5.0 200 | 1380 | 350 150 50 | ~20.0 | 1,380 410
1.2311, P20
043HRC 210 | ~40 | ~100 | 1220 | 250 210 | ~40 | ~100 | 1220 290
(ﬁ F?:%)) ~100 ~6.0 ~32.0 1,910 790 ~100 ~6.0 ~32.0 1,910 920
300HBIU T - N _ _
Greyc% o Jo518 | 150 5.0 240 | 1720 | 620 150 50 | ~240 | 1,720 720
GG, GGG
Below 300HB 210 ~4.0 ~12.0 1,530 470 210 ~4.0 ~12.0 1,530 550
257U ~100 ~6.0 ~28.0 1,910 590 ~100 ~6.0 ~28.0 1,910 690
(SUS304)
fE250HBLLT | JC8050 150 ~5.0 ~20.0 1,720 450 150 ~5.0 ~20.0 1,720 520
Stainless steel
Below 250HB 210 ~4.0 ~10.0 1,530 320 210 ~4.0 ~10.0 1,530 370

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHMES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXREIR
1) EEEDOYIAISEAE FHEIES ST — ZBIMEICIE U TREE 280,

) UV N RELIIGE R THASRS £ LRBIEL W HERL TSV HDWVIZEERE £ T TERAZEL,
EMENNTENHZE IR FTTPAARS LR L TLAEZV RICNG SV VIE TP TERL 28V,

4) I7—7A—-ICEN T KTRRELIBEIT TSV BT AITMCTOF v ET ¢ IIT TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



// DIJET

RRIDAZPMTH; AFXZIRT v T (FEIEISRG

Recommended cutting conditions for "ZPMT-type inserts"
QAMIY IR RTPIALTITSAZX/QXPHZ QXP type (facemill type)

Sy TEf& (mm) Tool dia.
% Bl 44 MJE 40
Work materials Grad R No. of teeth BN F#L No. of teeth 7N
raaes 2 ap apxae n Vi ap apxae n Vi
(mm) (mm) (mm?2) (min-) (mm/min) (mm) (mm) (mm?2) (min-") (mm/min)
PRl ~100 ~6.0 ~28.0 1,270 920 ~100 ~6.0 ~28.0 1,270 1,070
(S50C, 8558 1518
B 250HBLLT - N N -
e |(csoso)| 150 5.0 200 | 1,140 | 750 150 5.0 200 | 1,140 880
£ U50,055) 200 | ~40 | ~100 | 1010 | 610 200 | ~40 | ~100 1,010 710
TEH ~100 ~6.0 ~28.0 1,190 590 ~100 ~6.0 ~28.0 1,190 690
(SKD11, sx10Liv) 15118
fE255HBLLT - - - -
< Die steel (JC8050) 150 5.0 20.0 1,070 450 150 5.0 20.0 1,070 520
el 200 | ~40 | ~100 | 950 | 320 200 | ~40 | ~100 | 950 370
TUN=R 5l ~100 ~6.0 ~28.0 1,530 470 ~100 ~6.0 ~28.0 1,530 550
(HPM7, PX5,NAKSO0, P20) o800
FE30-43HRC - - - -
s Ocsiig)| 180 5.0 200 | 1380 | 350 150 5.0 200 | 1,380 410
1.2311, P20
30-43HRC 200 ~40 | ~100 | 1,220 250 200 ~40 | ~10.0 1,220 290
(ﬁ Ffﬁzﬁ) ~100 ~6.0 ~32.0 1,910 790 ~100 ~6.0 ~32.0 1,910 920
e 300HBIUTF - - _ _
GreyjéNodmm;mn Jo5118 | 150 5.0 240 | 1720 | 620 150 5.0 240 | 1,720 720
GG, GGG
Below 300HB 200 ~4.0 ~12.0 1,530 470 200 ~4.0 ~12.0 1,530 550
z(j—-yp;()ﬁﬁ ~100 ~6.0 ~28.0 1,910 590 ~100 ~6.0 ~28.0 1,910 690
SUS304
& 250HBLLT | JC8050 150 ~50 | ~200 | 1,720 450 150 ~50 | ~20.0 1,720 520
Stainless steel
Below 250HB 200 ~4.0 ~10.0 1,530 320 200 ~4.0 ~10.0 1,530 370

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

BiEALOFEEIR
1) EEEDYIEISEA S EMEIES SO T— ZBIEICIE U TREE 280,

UV N RELIIBFE R THAHRS & LEBBIEL Y HERLTEEV . HDWVIREEERE £ T TERCEE L,

D EMENNTENHZ AR FTTWAARS LR LTSV RICNS SV VIE TP TERL 28V,

4) I7—7A—-ICEN T KTRRELIBEIT TSV BT AIMCTOF v ET ¢ T TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



Ouick & Mini

New genaration high feed mill
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BEIDAZPMTH; AFXZIRTF v T FEEISRG

Recommended cutting conditions for "ZPMT-type inserts"
QMY Y IR RPIALTITSA A //QXPH QXP type (facemill type)

TE%R (mm) Tool dia.

% Ml 41 9;7};; 50 50/52
Work materials Grad X% No. of teeth 7N K4 No. of teeth 8N
Il 2 ap pxae n Vi ap o= ae n Vi
(mm) (mm) (mm?) (min) | (mm/min) | (mm) (mm) (mm?) min) | (mm/min)
S ~150 | ~6.0 | ~350 | 1,020 860 | ~150 | ~6.0 | ~350 | 1,020 980
EC250HBELR (jgg’g;%) 200 | ~50 | ~250 920 710 200 | ~50 | ~25.0 920 810
050, 053) 250 | ~40 | ~120 | 820 | 570 250 | ~a40 | ~120 @ 820 | 650
(SKD%%@OSV) ~150 | ~6.0 | ~35.0 950 670 | ~150 | ~6.0 | ~350 950 760
EES?SSI;L?IL:{'F (jgggég) 200 ~50 | ~25.0 860 540 200 ~50 | ~250 860 620
ML 950 | ~40 | ~120 760 430 950 | ~40 | ~120 760 490
(ﬁ%ﬁ%%m ~150 | ~6.0 | ~350 760 530 ~150 ~60 | ~35.0 760 610
fE30-43HRC | J0B0S0 | o5 | 50 | ~250 680 | 430 200 | ~50 | ~250 680 | 490

Mold steel (JC5118)

(1.2311, P20)

30-43HRC 250 ~4.0 ~12.0 610 340 250 ~4.0 ~12.0 610 390
(ﬁ F§§) ~150 ~6.0 ~40.0 950 800 ~150 ~6.0 ~40.0 950 910

R 300HBLIF - _ ~ ~

GreyL%Nodulmimn JC5118 200 5.0 30.0 860 670 200 5.0 30.0 860 760
GG, GGG

Below 300HB 250 ~4.0 ~15.0 760 530 250 ~4.0 ~15.0 760 610
27U ~150 ~6.0 ~35.0 950 670 ~150 ~6.0 ~35.0 950 760
(SUS304)

B 250HBILT | JC8050 200 ~5.0 ~25.0 860 540 200 ~5.0 ~25.0 860 620
Stainless steel

Below 250HB 250 ~4.0 ~12.0 760 430 250 ~4.0 ~12.0 760 490

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHMES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALOXREIR
1) EEEDOYIAISEAE FHEIES ST — ZBIMEICIE U TREE 280,

) UV N RELIIGE R THASRS £ LRBIEL W HERL TSV HDWVIZEERE £ T TERAZEL,
EMENNTENHZE IR FTTPAARS LR L TLAEZV RICNG SV VIE TP TERL 28V,

4) I7—7A—-ICEN T KTRRELIBEIT TSV BT AITMCTOF v ET ¢ IIT TR FRIBITIER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



// DIJET

N=FHILAIEEEFRYPHWH J5E3IRF v T (REVIHISE

Recommended cutting conditions for "YPHW-type inserts" (For up & down finishing)
QAMTYIRAEI1S5—AY K/ MQAXA: MOX type

TE®& (mm) Tool dia.

wus | Ty 16
Work materials ZLE X% No. of teeth 2N
Grades 2 Pt e n Vi
(mm) (mm) (mm) (min-) (mm/min)
wRE ~
Egﬁ% oo 70 05 <02 | 8950 | 2680
%(arbonste? Je6102 | 120 05 <02 | 6960 @ 1390
B oo 160 05 <02 | 690 | 1110
e 70 05 <02 | 7960 | 2390
BECZEOHBELT | yoot02 | 120 05 <02 | 5970 | 1,190
e ) 160 05 <02 | 5970 | 960
e 70 05 <02 | 6960 | 1670
(LMold-steel | 6102 | 120 05 <02 | 4970 | 800
) 160 05 <02 | a970 | 700
% = N
B 70 05 <02 | 10900 | 4360
B | Josto2 | 120 0.5 <02 | 8950 | 2,680
paa i 160 05 <02 | 8950 | 2150

TE& (mm) Tool dia.

wmu s |77 20
Work materials | T HE No. of teeth 3N T No. of teeth 4N
Grades 2 P ae n Vi 2 P ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
P ~ ~
gs%c, ) 70 0.6 <02 | 7160 | 3,220 70 0.6 <02 | 7160 | 4,290
BSS0HBLT | jcs102 | 120 0.6 <02 | 7,060 | 2790 120 0.6 <02 | 7,160 | 3720
£ 050,658) 190 0.6 <02 | 5570 | 1670 190 0.6 <02 | 5570 | 2230
TEmW ~ ~
(0B S0 70 0.6 <02 | 6370 | 3,220 70 0.6 <02 | 6370 | 4290
BEBOSHBELT | ycs102| 120 0.6 <02 | 6370 | 2480 120 0.6 <02 | 6370 | 3310
e sitle i) 190 0.6 <02 | 4770 | 1430 190 0.6 <02 | 4770 | 1910
@ s o 70 0.6 <02 | 5570 | 2,000 70 0.6 <02 | 5570 | 2670
BS308BHRC | yos102 | 120 0.6 <02 | 5570 | 1670 120 0.6 <02 | 5570 | 2230
(12511, F20) 190 0.6 <02 | 3980 960 190 0.6 <02 | 3980 | 1,280
(ﬁ Fgg) ~70 0.6 <0.2 8,750 5,250 ~70 0.6 <0.2 8,750 7,000
e [ Jost02| 120 | 06 | <02 | 7160 | 4300 | 120 | 06 | <02 | 7160 | 5730
B GG 190 0.6 <02 | 7,60 | 3220 190 0.6 <02 | 7,160 | 4290

R IVRINEHULRE, Pf:EYIT71—R, Qe: ¥BRARDYNAHKRE, N : TERERE, Vi X)RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vt: Feed speed

BERLEDOFEERIR
1) LR OYIEIEA S MRS SO 7— ZBIEICIE U TREEC 280,

)V RELLGZEIR VHAARS £ LEEHES ) HRL TSV H BV EEEREE T THEAL SV,
MEN N AENHZEIF  FTTPAAREEERLTLAEIV RICNS SV VIE T TERC 28,

4) I7—TA—- L& KTBREDEBET TSV IS IEMCTOF v EF A I TN KTRIBISEB S0,

NOTE

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

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

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



Ouick & Mini

New genaration high feed mill

e

N=FHILAEEEFRYPHWH: I5E3IRF Y T (REVIHISE

Recommended cutting conditions for "YPHW-type inserts" (For up & down finishing)
QMY YIRAEI1S—AYRK/MQAXR; MaXtype

TE®R (mm) Tool dia.

W+ Fy7 25
Work materials iz HE No. of teeth 4N FE No. of teeth 5N
Grades 2 Pt ae n Vi 4 P Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
] ~ ~
gs%c, ) 90 0.7 <02 | 5730 | 4120 90 0.7 <02 | 5730 | 6210
BSES0HBLT | jcot02 | 140 0.7 <02 | 5730 | 3,440 140 0.7 <02 | 5730 | 3,440
Br0.Co0) 210 0.7 <02 | 4460 | 2,140 210 0.7 <02 | 4460 | 2,860
T8 ~ ~
(k051 SRo) 90 0.7 <02 | 5090 | 3660 90 0.7 <02 | 5090 | 4580
RCZOSHBLLT | ycet02 | 140 0.7 <02 | 5090 | 3,050 140 0.7 <02 | 5090 | 3810
el 210 | 07 | <02 | 3820 | 1,80 | 210 07 | <02 | 3820 | 2290
(P, P 20) 90 0.7 <02 | 4460 | 2,680 90 0.7 <02 | 4460 | 3350
S 30-3BHRC | yce102 | 140 0.7 <02 | 4460 | 2140 140 0.7 <02 | 4460 | 2680
2571, £20) 210 | 07 | <02 | 3180 | 1270 | 210 07 | <02 | 3180 | 1,590
B nh) ~90 0.7 <02 | 7,000 | 5600 | ~90 0.7 <02 | 7,000 | 7,000
FEE300HBIA T
ot oot | 406102 | 140 0.7 <02 | 5730 | 4580 140 0.7 <02 | 5730 | 5730
B oo n 210 | 07 | <02 | 5730 | 3440 | 210 | 07 | <02 | 5730 | 4:300

TE®R (mm) Tool dia.

W+ Fw 32

Work materials | M7 K%L No. of teeth BN K%L No. of teeth BN
Grades 2 Pt ae n Vi 2 Pt ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
ST ~100 0.8 <02 | 4480 | 4030 | ~100 0.8 <02 | 4480 | 4830
BSS0HBIT | jcs102| 150 0.8 <02 | 4480 | 4,030 150 0.8 <02 | 4480 | 4830
B0, Co 210 | 08 | <02 | 3480 | 2610 20 | 08 | <02 | 3480 | 3130

TE§ ~ ~

(S5t o) 100 0.8 <02 | 3980 | 3580 100 0.8 <02 | 3980 | 4,300
BSZBHBELR | yor02 [ 150 0.8 <02 | 3980 | 3580 150 0.8 <02 | 3980 | 4,300
] 210 | 08 | <02 | 2980 | 1,740 210 | 08 | <02 | 2980 | 2,090
ey i a0 100 0.8 <02 | 3480 | 2610 100 0.8 <02 | 3480 | 3,130
S 303BHRC | yos102 | 150 0.8 <02 | 3480 | 2610 150 0.8 <02 | 3480 | 3,130
(12511, F20) 210 0.8 <02 | 2490 | 1250 210 0.8 <02 | 2490 | 1500
En) ~100 0.8 <02 | 5470 | 5470 | ~100 0.8 <02 | 5470 | 6,560
g | Jost02 | 150 0.8 <02 | 4480 | 5470 150 0.8 <02 | 4480 | 6,560
e 210 | 08 | <02 | 4480 | 3360 210 | 08 | <02 | 4480 | 4,030

0 IDRINBEULRS, PfiEVIT1—R, Ge: ¥BAROYHAKRE, n: TEREGRE, Vi &IRE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vt: Feed speed

WERALOEERFEIE
1) LRROYIEIEAE RIS SO T7— ZBIMEICIE U TREEC 20,

)PV RELEGEIE YhAARS £ LEEBES R L TSV H BV EEEREE T TERL SV,
IEWBNRENHZE R FTVRAAFRSERLWLEZIVRICNGE SV VIET I TEAL SV,

4) T7—7OA—CENE)KFRRENIBEIT TSNV, AFHT AITMCTDF v EF A IIZTIRYIN KFRIBISTE /280

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For up & down finishing)
QAMTYIRAEI1S5—AY K/ MQAXA: MOX type

TE& (mm) Tool dia.
wmu s |77 a0
Work materials M ¥ No. of teeth BN 3% No. of teeth 7N
Grades 2 P+ Qe n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min~) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
oo ~100 | 088 | <02 | 3580 | 3870 | ~100 | 088 | <02 | 3580 | 4,520
BCS0HBMT | jcot02| 150 | 0.88 <02 | 3580 | 3870 150 | 0.88 <02 | 3580 | 4520
Bt 25013 210 | 088 | <02 | 2790 | 2010 210 | 088 | <02 | 2790 | 2350
(k081,011 100 | 088 | <02 | 3180 | 3430 100 | 088 | <02 | 3180 | 4,000
REZESHBLLT | yce102 150 0.88 <02 | 3180 | 3430 150 | 0.88 <02 | 3,180 | 4,000
e 210 | 088 | <02 | 2390 | 1,720 210 | 088 | <02 | 2390 | 2010
TUN—=F8 ~ ~
(PP 720 100 | 088 <02 | 2790 | 2510 100 | 088 | <02 | 2790 | 2930
BS30-36HRC | jos102| 150 | 088 <02 | 2790 | 2510 150 | 0.88 <02 | 2,790 | 2,930
PR 210 | 088 | <02 | 1990 | 1430 210 | 088 | <02 | 1990 | 1670
& = ~100 | 088 | <02 | 4380 | 5260 | ~100 | 088 | <02 | 4380 | 6,140
fE300HBLL R
G,eyL%Nodulmiﬂmn Jo6102 | 150 | 088 | <02 | 4380 | 5260 150 | 088 | <02 | 4380 | 6,140
Betow S001B 210 | 088 | <02 | 3580 | 3220 | 210 | 088 | <02 | 3580 | 3,760

R IVRINEHLRE, Pf:EYIT71—K, Qe: F¥ERARDYLNAHRE, N TEEERE, Vi X)RE
2 : Overhung length, Pf: Pick feed, @e : Radial depth of cut, N : Spindle speed, Vt: Feed speed

WERALOEEEIE
1) EEEDOYIAISEAE RIS LT — TRIEICIEC TREEC 20,

UV N RELIIGE R VHAHRS & LEBBIEL ) HERLTLESWV. HDWVIREEEE Z T TERACES L,
DEWBNAENHZE IR FTTAAFRSER LW EZIV RN SV VIETIF TEEL SV,

4) I7=7A-(CENEINKTRRELIEBEFT TSV FFS IMCTOF v ET A IZ TN KFRIBITIER S,

NOTE

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

2)In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For up & down finishing)

Ouick & Mini

New genaration high feed mill

Il

Lo}

QMY Y IR RFPILTITSA R/ QXPH: QXP type (facemill type)

TE®& (mm) Tool dia.

wEa | T2 40
Work materials g FEL No. of teeth 6N FEL No. of teeth 7N
Grades 2 Pt ae n Vi 2 Pt ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
s ﬁcggsgm B ~150 0.88 <0.2 3,580 3,870 ~150 0.88 <0.2 3,580 4,520
50C, $550 200 0.88 <0.2 3,580 3,870 200 0.88 <0.2 3,580 4,520
BC2S0HBLT | ycot02 | 250 | 088 <02 | 3580 | 3220 250 | 0.88 <02 | 3580 | 3760
(50, C55) 300 0.88 <0.2 2,790 2,010 300 0.88 <0.2 2,790 2,350
Below 250HB 350 _ - _ - 350 _ _ _ _
( TEH ) ~150 0.88 <02 3,180 3,430 ~150 0.88 <02 3,180 4,000
SKD61, SKD11 200 0.88 <0.2 3,180 3,430 200 0.88 <0.2 3,180 4,000
RCROSHBIAT | ycet02 | 250 | 088 | <02 | 3180 | 2,860 250 | 088 | <02 | 3180 | 3340
(12344, 1.2379) 300 0.88 <0.2 2,390 1,720 300 0.88 <0.2 2,390 2,010
Below 255HB 350 - - - - 350 - - - _
TUN—RE ~150 0.88 <02 2,790 2,510 ~150 0.88 <0.2 2,790 2,930
(Hﬁgﬂngégﬁ%tg 200 0.88 <0.2 2,790 2,510 200 0.88 <0.2 2,790 2,930
E“Modsteel JC6102 250 0.88 <0.2 2,790 2,010 250 0.88 <0.2 2,790 2,350
(12311, P20) 300 0.88 <0.2 1,990 1,190 300 0.88 <0.2 1,990 1,390
30-36HRC 350 - - - - 350 - - - _
P ~150 0.88 <0.2 4,380 5,260 ~150 0.88 <0.2 4,380 6,140
- *(ggbﬁig)u_F 200 0.88 <0.2 4,380 5,260 200 0.88 <0.2 4,380 6,140
B | 4c8102 250 0.88 <0.2 3,580 4,300 250 0.88 <0.2 3,580 5,020
, 300 0.88 <0.2 3,580 3,220 300 0.88 <0.2 3,580 3,760
Below 300HB 350 - - - - 350 - - - _
TER (mm) Tool dia.
wua |72 50 50/52
Work materials g FEL No. of teeth 7N FEL No. of teeth 8N
Grades Pt ae n f Pt ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
s ﬁcisﬁm ) ~150 1 <0.2 2,860 3,600 ~150 1 <02 2,860 4110
50C, $55 200 1 <0.2 2,860 3,600 200 1 <0.2 2,860 4,110
BS2S0HBLT | yost02 | 250 1 <02 | 280 | 3600 250 1 <02 | 280 | 4,110
(50, C55) 300 1 <0.2 2,860 3,000 300 1 <0.2 2,860 3,430
Below 250HB 350 1 <0.2 2,860 3,000 350 1 <0.2 2,860 3,430
s I,Eéﬁlﬂ ) ~150 1 <0.2 2,550 3,210 ~150 1 <0.2 2,550 3,670
KD61, SKD11 200 1 <0.2 2,550 3,210 200 1 <0.2 2,550 3,670
REESBHBELT | yog102 | 250 1 <02 | 2550 | 3210 250 1 <02 | 2550 | 3670
(1.2344. 1.2379) 300 1 <0.2 2,550 2,680 300 1 <0.2 2,550 3,060
Below 255HB 350 1 <0.2 2,550 2,680 350 1 <0.2 2,550 3,060
(7U/\—Hy§|ﬂ) ~150 1 <0.2 2,230 2,340 ~150 1 <0.2 2,230 2,670
HPM?, PX5, P20 200 1 <02 2,230 2,340 200 1 <02 2,230 2,670
B 30-36HRC | Jop102 250 1 <02 2,230 2,340 250 1 <02 2,230 2,670
(1.2311, P20) 300 1 <0.2 2,230 1,870 300 1 <0.2 2,230 2,140
30-36HRC 350 1 <0.2 2,230 1,870 350 1 <0.2 2,230 2,140
& % ~150 1 <0.2 3,500 5,390 ~150 1 <0.2 3,500 6,160
*(Fc, FCD)L‘ 200 1 <0.2 3,500 5,390 200 1 <0.2 3,500 6,160
g%mgm?asﬁ JC6102 250 1 <0.2 3,500 5,390 250 1 <0.2 3,500 6,160
, 300 1 <0.2 2,860 4,000 300 1 <0.2 2,860 4,570
Below 300HB 350 1 <0.2 2,860 4,000 350 1 <0.2 2,860 4,570
£ IRIVRHURS, Pi:EvIT4—F, Qe: ¥EAROYLAHRS, n: TEREEE, Vi:Rk)ERE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vt: Feed speed
WERLEDFEEIE
1) EEEDOYEIRE IS RIS LT — VRIS U TREL I,
2) VWD RELBEIE PHAKRIE ERHIEL 6 LTIV HBVIEEREE T TEA 2L,
M AREDIGEE . FTVAAFRI LR L EIV RICNE LT VIE T TERL &LV,
4) I7—70— 2 &P FREMIBEFT>TLEEN,, BIC IHMCTOF v EF T TR <FRIBISEBE AL,

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 dp or Spindle speed and keep feed per tooth.

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

4)Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QMIYIREY15—AY K/ MQXHA: MaX type

TE%& (mm) Tool dia.

mEm |77 16 20
Work materials Mg F#L No. of teeth 2N F# No. of teeth 3N HE No. of teeth 4N
Grades | ¢ ap | ae n Vi | 2 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)
(Ssﬁcﬁsﬁsﬁm ~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

E250HBLIT | CX75
BT | chion| 120 1 | <02 8950/2,150| 120 | 1 | <02 7,160 2580| 120 1 | <02 7,160 3,440

(C50, C55)

Below 250HB 160 | 0.7 | <0.2| 8,950{1,790| 190 | 0.7 | <0.2| 7,160| 2,150 190 | 0.7 | <0.2| 7,160 2,870
(SKD67, SKD11) 70 | 1.5 | <0.2| 8,950/ 2,680 (~70 | 15 | <0.2| 7,160 3,220 | ~70 | 1.5 | <0.2| 7,160| 4,290

fE&255HBLLR | CX75
“Die steel (JC6102) 120 | 1 <0.2| 8,950/ 2,150 | 120 | 1 <0.2| 7,160/ 2,580 | 120 | 1 <0.2| 7,160| 3,440

ey 160 | 0.7 | <02/ 6,960/ 1,390 | 190 | 0.7 | <0.2]| 5570/ 1,670| 190 | 0.7 | <02| 5570 2,230

(HPM7 PX5, P20) 70 | 1.5 | <0.2| 8,950/ 2,680 (~70 | 15 | <0.2| 7,160) 3,220 70 | 1.5 | <0.2| 7,160| 4,290

BES036HAC | yogro2 | 120 | 1 | <0.2) 8,950/2,150| 120 | 1 | <02/ 7,160/ 2580 | 120 | 1 | <0.2| 7,160| 3,440

(12311, £20) 160 | 07 | <0.2| 6,960/1,390 | 190 | 0.7 | <02 | 5570 1,670| 190 | 0.7 | <02| 5570/ 2,230

TU)\— R/ ~ ~ ~
(WAKBO, HPVIT. P2 70 | 1.5 | <0.2| 7,960/ 1,910 (~70 | 15 | <0.2| 6,370/ 2,290 | ~70 | 1.5 | <0.2| 6,370| 3,050

BSBASHRC | ycet02 | 120 | 1 | <0.2| 6,9601,390| 120 | 1 | <0.2| 5570 1,670| 120 1 | <0.2| 5570 2,230

I 160 | 0.7 | <0.2| 6,960/ 1,110| 190 | 0.7 | <0.2| 5570/ 1,340| 190 | 0.7 | <0.2| 5570] 1,790

(SKD& DAC. DHA) ~70| 15 | <0.2| 3,980, 800|~70 | 1.5 |<0.2| 3,180 950 | ~70 | 1.5 | <0.2| 3,180/ 1,270

fE42-562HRC
B2 9eHRC |uost02 | 120 | 1| <0.2| 3380 540| 120 | 1 | <0.2| 2710 630| 120 1 |<0.2| 2710 840

AR LN N N N I B
15

ﬁm ~ ~~ ~~
(SKDAT, DAC DHA) 70 | 1 <0.2| 3,580, 720(~70 | 1 <0.2 | 2,860 860 ~70 | 1 <0.2| 2,860| 1,150

fiE55-62HRC
JRcio062HRC | uce102 | 120 | 07 | <02 2,980 480| 120 | 0.7 | <0.2| 2,390 570| 120 | 0.7 | <0.2| 2,390 760

5 I 0 e ) A B

(%F%?E)) ~70 | 15 |<0.2/10,900 3,270 |~70 | 1.5 | <02 | 8,750/3,940| ~70 | 15 | <0.2| 8,750 5,250
BE300HBLLT | jo6102 | 120 | 1 | <0.2| 8,950/ 2,150 120 | 1 | <02| 7,160 2,580 | 120 | 1 | <0.2| 7,160 3,440

Grey & Nodular castiron

=

5.6, 66E) 160 | 0.7 | <02/ 8950/ 1790| 190 | 0.7 | <0.2]| 7,160/ 2,150 | 190 | 0.7 | <0.2| 7.160| 2,870
e ~70] 15 | <02/ 8950/ 2,680 [~70 | 15 | <02 7.160/3220| ~70 | 15 | <02| 7,160/ 4,290
SUS304

BS2SOHBLIT |J0o102 | 120 | 1| <02] 8.50/2,150] 120 | 1 | <02 7160|2580 | 120 | 1 | <02 7,160 3440
Below 250H 160 | 07 | <02 6960139 | 190 | 07 | <02/ 5570 1670| 190 | 07 | <02| 5570| 2,230
s ~70| 15 | <02] 1,790 430|~70 | 15 | <02]| 1430 520| ~70| 15 | <0.2| 1430 690
(Tiearav) | Jostoz | 120 | 1| <02| 1390 280| 120 | 1 | <02| 1,110 330| 120| 1 | <02 1,110 440
antumatos 160 | 07 | <02 1390 220| 190 | 07 | <02]| 1,410, 270| 190 | 07 | <02| 1,110 360

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

BERALOEREIR
1) EEEDOYIEISEA S FMEIES SO T — ZBIMEICIE U TREE 280,

UV N RELIIGE I THAARS £ LRBIEL W HERCL TSV HDWVIEEERE £ T TER S,

D EMENNTENHZ AR FTTPAARE LR LTIV RICNGE SV VIE TP TERL 28V,

4) I7—7A—-ICEN T KTRRELIBEIT TSV B AIMCTOF v ET ¢ IIT TR FRIBITER 1280,

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 dp or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QMY YIRAEI1S—AYRK/MQAXR MaXtype

TE®Z (mm) Tool dia.

W+ Fwv I 25
Work materials 2L F#L No. of teeth 4N F#L No. of teeth 5N
Grades 2 ap ae n Vi j ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁsmsc) ~90 15 <0.2 8,280 | 4,970 ~90 15 <0.2 8,280 6,210
BES250HBLITR | CX75
%(arbon s ueeron)| 140 1 <0.2 5730 | 2750 140 1 <0.2 5,730 3,440
Below 2o001B 210 | 07 | <02 | 5730 | 2290 | 210 | 07 | <02 | 5730 | 2,860
(skGB1 SR 90 15 <0.2 5730 | 3,440 90 15 <02 5,730 4,300
BEE205HBIUT | OX75 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440

Die steel (JC6102)

(1.2344,1.2379)

Bolow 25518 210 0.7 <02 | 4460 | 1780 210 0.7 <02 | 4460 | 2,230
@ 50 90 15 <02 | 5730 | 3,440 90 15 <02 | 5730 | 4300
BS30-3BHRC | 102 | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
(1,231, £20) 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2230
TUN—R8R ~ A
BT o) 90 15 <02 | 5000 | 2440 90 15 <02 | 5090 | 3,050
B 38.43HRC | ycet02 | 140 1 <02 | 4460 | 1,780 140 | 1 <02 | 4460 | 2230
g The 210 0.7 <02 | 4460 | 1,430 210 0.7 <02 | 4460 | 1,790
[le=1 ﬁlﬂ ~ ~
e 90 15 <02 | 2550 | 1,020 90 15 <02 | 2550 | 1,280
%@é%&?ﬁg%% Jo6102 | 140 1 <02 | 2,160 690 140 1 <02 | 2,160 860
. ,1.237
42-52HRC 210 - - - - 210 - - - -
| 3 ~ ~
e 90 1 <02 | 2290 920 90 1 <02 | 2290 | 1,150
Hﬁ;;;ng;,sgg'ge% JC6102 | 140 0.7 <02 | 1,910 610 140 0.7 <02 | 1,910 760
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -
2.2 ~90 15 <02 | 7,000 | 4200 | ~90 15 <02 | 7,000 | 5250
BB | Jesto2 | 140 1 <02 | 5730 | 2,750 140 | 1 <02 | 5730 | 3,440
556G, G6G) 210 0.7 <02 | 5730 | 2290 210 0.7 <02 | 5730 | 2860
RIS ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
SUS304
WE250HBLT |uce02 | 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440
ainless stee
Below 250HB 210 0.7 <02 | 4460 | 1780 210 0.7 <02 | 4460 | 2,230
chme ~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690
(Ti-6anav) | Jcs102 | 140 1 <0.2 890 360 140 1 <0.2 890 450
Titanium allo
ey 210 | 07 | <02 890 280 | 210 | 07 | <02 890 350

2 IDRINRHELRS, ap: BIARDOYNAHRE, Ge: FEAMDYLAZRE, N : TEEEGRE, Vi X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEEEIR

1) EEROYIAISEAE FMEIES ST — ZBIMEICIE U TREEC 280,

UV N RELIIGE I TAARS & LRBBIEL ) HERLTLEIV . HDVIEEERE £ T TEA SV,
IHWMBNREDNHZE I FTTIAHFRI LR LWL EIV RN SV VIET I THEREL SV,

4) I7—TA—IC &GN KFRRELIBEIToTLIZE W BT NIUMCTOF v EF A T TN K FRIBITEBL 2SN

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 dp or Spindle speed and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QMY YIRAEI1S—AYEK/MQAXR MaXtype

TE®& (mm) Tool dia.

wa s | T 32
Work materials ZLE X% No. of teeth 5N XL No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Ssﬁcﬁsﬁfl)ﬂsc) ~100 15 <0.2 6,470 4,850 ~100 15 <0.2 6,470 5,820
B&250HBLITR | CX75
%(arbon S et 150 1.2 <02 | 4480 | 2,690 150 12 <02 | 4480 | 3230
B0, B3 210 | 1 <02 | 4480 | 2240 210 | 1 <02 | 4480 | 2690
TEW ~ ~
(k0BT SR 100 15 <02 | 448 | 3,360 100 15 <02 | 448 | 4,030
EC205HBIUT | OX75 150 1.2 <02 | 448 | 2,690 150 12 <02 | 448 | 3230

Die steel (JC6102)
(1.2344,1.2379)

e 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
G e P 100 | 15 <02 | 4480 | 3360 100 | 15 <02 | 4480 | 4,030
BS30SBHRC | jost02 | 150 | 1.2 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3230
(1,231, £20) 210 1 <02 | 3480 | 1740 210 1 <02 | 3480 | 2,090
TUI\—R 8 R A
i 100 | 15 <02 | 3980 | 2390 100 | 15 <02 | 3980 | 2870
B IBASHRC | yost02 | 150 | 12 | <02 | 3480 | 1,740 150 | 12 | <02 | 3480 | 2,090
g el 210 1 <02 | 3480 | 1,390 210 | 1 <02 | 3480 | 1670
i o ~100 | 15 <02 | 2000 | 1,000 | ~100 | 15 <02 | 2000 | 1,200
oaesetiC | ycet02 | 150 | 12 <02 | 1,690 680 150 | 1.2 <02 | 1,690 820
(1.2344,1.2379) 210 1 <02 | 1,690 680 210 1 <02 | 1,690 820
1AM ~ ~
R S 100 | 1 <02 | 1,790 900 100 | 1 <02 | 1790 | 1080
fRCSS6AHAC |ucsto2| 150 | 0.8 <02 | 1,490 600 150 | 08 <02 | 1,490 720
SRl 210 | 07 <02 | 1490 420 210 | 07 <02 | 1490 500
(ﬁ FE%) ~100 15 <0.2 5,470 4100 | ~100 15 <0.2 5,470 4,920
BB josto2| 150 | 12 | <02 | 4480 | 269 150 | 12 | <02 | 4480 | 3230
256, 66G) 210 | 1 <02 | 4480 | 2240 210 | 0 <02 | 4480 | 2,690
Rz ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
SUS304
TX250HBLCT | uosto2 | 150 | 12 <02 | 4480 | 2690 150 | 12 <02 | 4480 | 3230
tainless stee
Below 250HB 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
oas ~100 | 15 <02 900 540 | ~100 | 15 <02 900 650
(T-6Aav)  |Jostoz| 150 | 1.2 <02 700 350 150 | 1.2 <02 700 420
Titanium allo
ey 210 | 1 <02 700 280 210 | 1 <02 700 340

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

BERALOERER
1) LEEDUIRIE A RIS SO — JRIMEICICC THREEC 230,

2) PPN RELIBE IR THAHRS & LEEHEL Y HX LTSV HDVIEEERE £ T TER SV,

B EMEN N TRENHZE I FTTHAARS R LTSV RICNS ST VIE T TERL 7280,

4) T7—7A— L&V KTRRELIBEIT TSV, BT AIUMCTOF v ET« NI TR KFRIBISEE LS 280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut d@p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QMY YIRAEI1S—AYRK/MQAXR; MaXtype

TE®Z (mm) Tool dia.

W+ Fw 40
Work materials 2L H#L No. of teeth 6N H#L No. of teeth 7N
Grades 2 ap ae n Vi 2 ap e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
SFE ~100 15 <02 | 5170 | 4650 | ~100 15 <02 | 5170 | 5420
fES250HBLITR | CX75
%(arbonste?l uChion| 150 15 <02 | 5170 | 4,650 150 15 <02 | 5170 | 5420
B 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3,010
TEW ~ ~
(k081,011 100 15 <02 | 3580 | 3,220 100 15 <02 | 3580 | 3760
BEE206HBIUT | OX75 150 15 <02 | 3580 | 3220 150 15 <02 | 3580 | 3760

Die steel (JC6102)

(1.2344,1.2379)

el 210 | 1 <02 | 279 | 2010 210 | 1 <02 | 2790 | 2,350
G o 100 | 15 <02 | 3580 | 3220 100 | 15 <02 | 3580 | 3,760
BS30SBHRC | yce102| 150 | 15 | <02 | 3580 | 3,220 150 | 15 <02 | 3580 | 3760

(1,211, £20) 210 1 <02 | 2790 | 2,010 210 | 1 <02 | 2790 | 2,350
TUIN\—R 4 R ~
i ol ) 100 | 15 <02 | 3180 | 2290 100 | 15 <02 | 3180 | 2,670
B 384SHRC | uce102 | 150 | 15 | <02 | 3,180 | 2,290 150 | 15 <02 | 3,180 | 2,670

eyl 210 | 1 <02 | 279 | 1670 210 | 1 <02 | 279 | 1,950
sl S ~100 | 15 <02 | 1590 950 | ~100 | 15 <02 | 159 | 1,110
oaesetnC | yos02 | 150 | 1.5 | <02 | 1,500 950 150 | 15 <02 | 1350 | 1,110
(1.2344,1.2379) 210 | 1 <02 | 1350 650 210 | 1 <02 | 1350 760

BEANGE ~ ~
oy 100 | 1 <02 | 1430 860 100 | 1 <02 | 1430 | 1,000
BaSo6aHRC | o102 | 150 | <02 | 1430 860 150 | 1 <02 | 1430 | 1,000
iy 210 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670
& ~100 | 15 <02 | 4380 | 3940 | ~100 | 15 <02 | 4380 | 4,600
BB |02 | 150 | 15 | <02 | 3580 | 3940 150 | 15 <02 | 3580 | 4,600
oG, 666) 210 | <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
Rz ~100 | 15 <02 | 3580 | 3220 | ~100 | 15 <02 | 3580 | 3,760
US304
B&250HBIUT |Jcst02 | 150 | 15 <02 | 3580 | 3,220 150 | 15 <02 | 3580 | 3,760
Stainl teel
ainiess stee

Below 250HB 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2,350

hes ~100 | 15 <02 720 50 | ~100 | 15 <02 720 610

yA

(To6aav)  |Jceto2 | 150 | 15 <02 560 520 150 | 15 <02 560 610

Titanium allo

ey 210 | 1 <02 560 340 210 | 1 <02 560 400

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

BERALOXEEEIR

1) EEROYIAIEAE FWEIES ST — ZBIMEICIE U TREEC 280,

UV N RELIIGE I TAARS £ LRBIEL W HERLTLEIV. HDVIEEERE £ T TERA SV,
IHWMBNREDNHZE I FTYIAHFRIERL LIV RICNS SV VIET I THERAL SV,

4) T7—TA—ICEWYIN K FRRELIBEIToTLIZEW BT IUMCTOF v ET A T TR KFRIBITEBL S,

NOTE

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

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

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QAMIY IR RTPIALTISA X/ QXPHR: QXP type (facemill type)

TE2 (mm) Tool dia.
w727 40
Work materials | & H# No. of teeth 6N % No. of teeth 7N
Grades g ap Qe n Vi g ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
T ~150 15 <02 | 5170 | 4650 | ~150 15 <02 | 5170 | 5430
(08850 | 200 15 <02 | 5170 | 4,650 200 15 <02 | 5170 | 5430
o | uGsiom| 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(c50, C55) 300 0.7 <02 | 3580 | 2,360 300 0.7 <02 | 3580 | 2,750
Below 250HB 350 _ _ _ _ 350 _ _ _ _
TesE ~150 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(SKDGT, SKD11) 200 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
BB | aio| 250 | 1 <02 | 2790 | 2010 | 250 | 1 <02 | 2790 | 2350
(1.2344, 1.2379) 300 0.7 <02 | 2790 | 1,670 300 0.7 <02 | 2790 | 1,950
Below 255HB 350 _ _ _ _ 350 _ _ _ _
SUN\—RvsE ~150 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(7. PX5 P20) 200 15 <02 | 3580 | 3220 200 15 <02 | 3580 | 3,760
BEI0IBHAC | yce102 | 250 1 <02 | 2790 | 2,010 250 1 <02 | 2790 | 2,350
(1.2311, P20) 300 0.7 <02 | 2790 | 1,670 300 0.7 <02 | 2790 | 1,950
30-36HRC 350 B _ _ _ 350 _ _ _ _
JUN—FvE ~150 15 <02 | 3180 | 2290 | ~150 15 <02 | 3180 | 2,670
(IAKGO, e P21 200 15 <02 | 3180 | 2,290 200 15 <02 | 3180 | 2670
BEIBASHRC | yc6102 | 250 1 <02 | 2790 | 1,670 250 1 <02 | 2790 | 1,950
(12311, P21) 300 0.7 <02 | 2790 | 1,340 300 0.7 <02 | 2790 | 1,560
38-43HRC 350 _ B _ _ 350 _ _ _ _
55 A3 ~150 15 <02 | 1590 950 | ~150 15 <02 | 1590 | 1,110
(SK06, DA DA 200 15 <0.2 | 1590 950 200 15 <02 | 159 | 1,110
a252HRC | yos102 | 250 1 <0.2 | 1,350 650 250 1 <02 | 1,350 760
(1.2344, 1.2379) 300 0.7 <02 | 1,350 650 300 0.7 <02 | 1,350 760
42-52HRC 350 _ B _ B 350 _ _ _ _
155 A3 ~150 1 <0.2 | 1430 860 | ~150 1 <02 | 1430 | 1,000
(SKDGT, DAC, DHA) 200 1 <0.2 | 1430 860 200 1 <02 | 1430 | 1,000
TRCOoBaRC lucsto2 | 250 | 07 | <02 | 1,190 570 250 | 07 | <02 | 1,190 670
(1.2344,1.2379) 300 0.5 <02 | 1,190 360 300 0.5 <02 | 1,190 420
55-62HRC 350 B _ _ _ 350 _ _ _ _
= o ~150 15 <02 | 4380 | 3940 | ~150 15 <02 | 4380 | 4600
e 200 15 <02 | 4380 | 3940 200 15 <02 | 4380 | 4,600
e Noduaroasion | 406102 | 250 1 <02 | 3580 | 2,580 250 1 <02 | 3580 | 3010
(GG, 6GG) 300 0.7 <02 | 3580 | 2,150 300 0.7 <02 | 3580 | 2510
Below 300HB 350 _ _ _ _ 350 _ _ _ _
I ~150 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
08308 200 15 <02 | 3580 | 3220 200 15 <02 | 3580 | 3,760
BEx250HBIUT | JC6102 | 250 1 <02 | 2790 | 2,010 250 1 <02 | 2790 | 2,350
Sanjess steel 300 0.7 <02 | 2790 | 1,670 300 0.7 <02 | 2790 | 1,950
350 - - - - 350 = - — -
~150 15 <0.2 720 520 | ~150 15 <02 720 610
Fovas 200 15 <0.2 720 520 200 15 <0.2 720 610
(Ti-6AR4V) | JCB102 | 250 1 <0.2 560 340 250 1 <0.2 560 400
Titanium alloy 300 0.7 <0.2 560 270 300 0.7 <0.2 560 320
350 - - - - 350 - - - -

2 IVRINEBHULRS, ap: ARDOYNAHKRS, ae: ¥FEABDYTNAHZES, N TEEERE, Vi EW)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WEALDOESEIR
1) LRROYIEIEAE MRS SO 7— 7RSS U TREEC 20,

)PV RELELGEIE YHAARS £ LEEBES R L TSIV H BV EEEREE T TERL LSV,
DEWBNRENHZE I} FTVRAAFRIERLHWLEIVRICNGE SV VIETIF THEAL SV,

4) T7—7A—IC &N KFRRENIBEIT TSN AFHC AIMCTDF v EF A IIZTIRYIN KFRIBISTE /280

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For side finishing)
QMY Y IR RFPILTITSA A/ QXPH: QXP type (facemill type)

TER (mm) Tool dia.
wa | TV 50 5052

Work materials | 78 H#L No. of teeth 7N H#L No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 2 <02 | 4140 | 4350 | ~150 2 <02 | 4140 | 4970
(550¢. 855C) 200 2 <02 | 4140 | 4350 200 2 <02 | 4140 | 4970
BT st 250 | 2 <02 | 4140 | 4350 250 | 2 <02 | 4140 | 4970
(C50, C55) 300 15 <02 | 25860 | 2,400 300 15 <02 | 2860 | 2,740
Below250HB 350 1.5 <02 | 25860 | 2400 350 1.5 <02 | 25860 | 2,740
TEm ~150 2 <02 | 2860 | 3,000 | ~150 2 <02 | 2860 | 3,430
(SKDG. SKD11) 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2860 | 3,430
BB | ol 250 | 2 <02 | 2860 | 3000 | 250 | 2 <02 | 2860 | 3430
(12344, 1.2379) 300 15 <02 | 2,860 | 2,400 300 15 <02 | 2860 | 2,740
B 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2860 | 2,740
S UN—FE ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
(TPL7. PX5, P20) 200 2 <02 | 2,860 | 3,000 200 2 <02 | 25860 | 3430
QSO 3BHRC | Jost02 | 250 | 2 <02 | 2860 | 3,000 250 | 2 <02 | 2860 | 3430
(1.2311, P20) 300 15 <02 | 25860 | 2400 300 15 <02 | 2860 | 2,740
30-36HRC 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2:860 | 2,740
S UN—FVE ~150 2 <02 | 2550 | 2140 | ~150 2 <02 | 2550 | 2,450
(VAKED,HoWT P21) 200 2 <02 | 2550 | 2,140 200 2 <02 | 2550 | 2,450
BEIBASIRC | yce102 | 250 | 2 <02 | 2550 | 2,140 250 | 2 <02 | 2,550 | 2,450
(12311, P21) 300 15 <02 | 2230 | 1560 300 15 <02 | 2230 | 1,780
AR 350 15 <02 | 2230 | 1560 350 15 <02 | 2230 | 1,780
55 A3 ~150 15 <02 | 1,270 890 | ~150 15 <02 | 1,270 | 1,020
(SK0B1,DAC. D) 200 15 <02 | 1,270 890 200 15 <02 | 1270 | 1,020
Ba252HRC | yoe102 | 250 15 <0.2 | 1,270 890 250 15 <02 | 1270 | 1,020
(1.2344,1.2379) 300 1.2 <02 | 1,080 600 300 1.2 <02 | 1,080 690
42-52HRC 350 1.2 <02 | 1,080 600 350 1.2 <02 | 1,080 690
55 A3 ~150 15 <02 | 1,150 810 | ~150 15 <02 | 1,150 930
(SKDB1, DAC, DHA) 200 15 <02 | 1,150 810 200 15 <02 | 1,150 930
[RCO0BHRC | uceto2 | 250 | 15 | <02 | 1,150 810 250 | 15 | <02 | 1,150 930
(1.2344, 1.2379) 300 1 <02 950 530 300 1 <0.2 950 610
2 AT 350 1 <02 950 530 350 1 <0.2 950 610
= o ~150 2 <02 | 3500 | 3,680 | ~150 2 <02 | 3500 | 4210
gD 200 2 <02 | 3500 | 3,680 200 2 <02 | 3500 | 4210
ot oot | 906102 250 2 <02 | 3500 | 3,680 250 2 <02 | 3500 | 4210
(GG, GGG) 300 15 <02 | 2860 | 2400 300 15 <02 | 2860 | 2,740
Below 300HB 350 1.5 <02 2860 | 2,400 350 15 <02 | 25860 | 2740
I ~150 2 <02 | 2860 | 3,000 | ~150 2 <02 | 2860 | 3,430
(508300 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2860 | 3,430
FEX250HBLLT | JC6102 250 2 <02 | 2860 | 3,000 250 2 <02 | 2860 | 3,430
faniess skee 30 | 15 | <02 | 2860 | 2400 30 | 15 | <02 | 2860 | 2740
350 15 <02 | 2,860 | 2,400 350 15 <02 | 2860 | 2,740
~150 2 <02 570 480 | ~150 2 <02 570 550
Fovae 200 2 <0.2 570 480 200 2 <0.2 570 550
(TH6AI4V) | JC6102 250 2 <0.2 570 480 250 2 <0.2 570 550
Titanium alloy 300 15 <02 450 320 300 15 <0.2 450 370
350 15 <0.2 450 320 350 15 <0.2 450 370

R IVRINERHELRR, ap: ARDYNAALRE, Ge: FRAMDYNAHREE, n: TEOERE, Vi: FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA LOEEREIE
1) LERROYIEIEMAE MRS SO T7— Z7BIMEICIE U TREEC 280,

) UV RELLGEIE YhAHRS £ LEBES I BERS L EZIV HBWEEEREE T TERL SV,
DEWMBNRENHZE R FTVRAARSER LIV RN SV VIET I THERALZE W,

4) I7—7 A&V KFHREDBET TSV IS ALUMCTOF v ET A I TIEEN) KFRIBISERL 280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

m 4)Use air blow.
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Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QMY YIRAEI1S—AYEK/MQAXR MaXtype

TE%& (mm) Tool dia.

mEm |77 16 20
Work materials | 1418 F#L No. of teeth 2N TE No. of teeth 3N TEL No. of teeth 4N
Grades | ¢ ap | ae n Vi | 2 ap | ae n vi |2 ap | ae n Vi
(mm) | (mm) (mm) | (min') |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(Ssﬁcﬁsﬁéﬂw ~70 | 0.2 | 8~16 |4,000|1,200| ~70| 0.2 |10~20|3,180|1,430| ~70 | 0.2 |10~18| 3,180 | 1,900
FEc250HBLLT | CX75
<6(arbonste§I (JC6102) 120 | 0.2 | 8~16 |3,000| 720| 120 | 0.2 |10~20|2,390| 860| 120 | 0.2 |10~18|2,390 | 1,150
Be?fﬁ’z%%ig 160 | 0.2 | 8~10|2,600| 520| 190 | 0.2 |10~12|2,070| 620| 190 | 0.2 |10~12|2,070| 830
(SKDIB1ES§ED11) ~70 | 0.2 | 8~16 |3,600|1,080| ~70 | 0.2 |10~20|2,860|1,290 | ~70 | 0.2 |10~18| 2,860 1,720
E'Eé%%ilglelal;l'l‘ (Jg)ggz) 120 | 0.2 | 8~16 |2,600| 630 120 | 0.2 |10~20|2,070| 750| 120 | 0.2 |10~18| 2,070 | 1,000
G A 160 | 0.2 | 8-10|2,000| 400| 190 | 0.2 [10-12]1,590| 480| 190 | 0.2 [10-12]15590| 640
TUN—=R2/50 ~70 | 0.2 | 8~16 |3,600|1,080| ~70| 0.2 |10~20|2,860|1,290| ~70 | 0.2 |10~18| 2,860 | 1,720

(HP_IXIY, PX5, P20)
RSB0 36HAC | yce102 | 120 | 0.2 | 8~16 2,600 | 630| 120 | 0.2 |10-20/2,070| 750| 120 | 0.2 |10~18|2,070 | 1,000
(1.2311, £20) 160 | 0.2 | 8~10 |2,000| 400| 190 | 0.2 |[10-12|1590 480| 190 | 0.2 |10-12|1,590| 640
TUN\—R 2§ ~ ~ ~ - ~ -
Bl o7 o3 70 | 02 |8~16 3200 770| ~70| 0.2 |10~20|2,5550| 920|~70 | 0.2 |10~18|2550 | 1,220
BSBASHRC 1 yos102 | 120 | 0.2 | 8-16 | 2400| 480| 120 | 02 |10-20|2,070| 620| 120 | 0.2 |10-18/2,070 820
I 160 | 0.2 | 8~10|2,080| 420| 190 | 0.2 |10~12|1430| 430| 190 | 0.2 |10~12|1,430| 570
(SK_QCGLDACl,‘DHA) ~70 | 0.2 | 8-16|2,000| 400| ~70 | 02 [10~20|1,600| 480|~70| 0.2 |10~18 1,600 640
RTA262HRC | j0a102 | 120 | 0.2 | 8~16 | 1,600| 320| 120 | 02 |10-20|1,280| 380| 120 | 0.2 |10~18/1,280| 510

Hardened die steel

iR LN N N I B
15

ﬁm ~ ~ ~~ ~ ~~ ~
(SKD&T, DAC DHA) 70 | 02 |8~16 1,400 200(~70| 0.2 |10~20|1,120 240|~70 | 0.2 |10~18 1,120 | 320

fRcr6562HAC | yos102 | 120 | 0.2 | 8~16 1,000 100| 120 | 0.2 [10~20| 800| 120| 120 | 0.2 |10~18| 800 | 160

" | el - |- [ - | - [w| - |- [ -] - |- |- [-]-

(ﬁ F?S) ~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
BE300HBLELT | o102 | 120 | 0.2 | 8~16 |3,000| 900| 120 | 0.2 |10-2012,390|1,080| 120 | 0.2 |10~18|2,390 | 1,430

Grey & Nodular castiron

=

5.6, 666) 160 | 0.2 | 8-10 | 2,600 520| 190 | 0.2 |10~12]2070| 630| 190 | 02 |10~12/2,070| 830
Az ~70 | 02 |8-16 3600|1080 | ~70 | 02 |10~20]2,860|1.290| ~70 | 02 |10~18]2,860 | 1,720
SUS304

BES2SOHBLIT |Jcoi0 | 120 | 02 | 8-16 2700] 650| 120 | 02 [10-20/2070| 750| 120 | 02 |10-18]2070 1,000
Below 250115 160 | 02 | 810 |2340| 470| 190 | 02 |10-12|1590| 480 190 | 02 |10-12|1,590 | 640
s ~70] 02 | 8-161,000] 300| ~70 | 02 |10-20| 800| 360|~70 0.2 |10-18] 800 480
(TieArav) | Jo6102 | 120 | 02 | 8-16| 600 120| 120 | 02 |10-20] 480| 150| 120 | 02 |10-18 480 200
taniumaley 160 | 02 | 8~10| 600 120| 190 | 02 |10~12| 480 150 190| 0.2 |10-12| 480| 200

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

BERALOEEEIR
1) EEEDOYIEISEA S FMEIES SO T — ZBIMEICIEC TREE 280,

UV N RELIIGE I THAKRS £ LRBIEL ) HERLTLEZV . HDWVIEEERRE £ T TER SV,
DEMENNTENHZE IR FTTPAARE LR LTIV RICNGE SV VIE TP TERL 28V,

4) I7—7A—-ICEN TV KTRRELIBEIT TSV B AIHMCTOF v ET ¢ T TR FRIBITER 1280,

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 dp or Spindle speed and keep feed per tooth.

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



Ouick & Mini

New genaration high feed mill

e

EETLEIFRAYPHWH A5E3RRTF v T {REVHISRG

Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QMY YIRAEI1S—AYRK/MQAXR; MaXtype

TE®Z (mm) Tool dia.

wu s |77 25
Work materials 2L FEL No. of teeth 4N F#L No. of teeth 5N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁsﬁsc) ~90 0.2 12.5-25 | 2550 | 1,530 ~90 0.2 12.5~22 | 2550 1,910
fES250HBLITR | CX75
%(arbon o | 140 02 | 12525 | 1,910 920 140 02 | 125-22 | 1910 | 1,150
B0, Lo 210 0.2 | 125-15 | 1,660 660 210 02 | 125-15 | 1,660 820
s | 90 02 | 12525 | 2,290 | 1,370 90 02 | 125-22 | 2290 | 1,710
o T |csion| 140 02 | 12525 | 1,660 800 140 02 | 125-22 | 1,660 | 1,000
e et 210 0.2 | 12515 | 1270 510 210 02 | 12515 | 1,270 640
i s P 90 02 | 125-25 | 2290 | 1,370 90 02 | 125-22 | 2290 | 1,710
BS30-38HRC | uce102 | 140 02 | 12525 1,660 800 140 02 | 125-22 | 1660 | 1,000
(1,211, £20) 210 02 | 125-15 | 1270 510 210 02 | 125-15 | 1,270 640
7U/\—Hyﬁ|ﬁ ~ ~ ~ ~
B TPT o 90 02 | 12525 | 2,040 980 90 02 | 125-22 | 2,040 | 1,220
B 38.43HRC | ycet02 | 140 02 | 12525 | 1,660 660 140 02 | 125~22 | 1,660 820
eyl 210 0.2 | 12515 | 1,150 460 210 0.2 | 12515 | 1,150 570
iR ~90 02 | 125-25 | 1,270 510 | ~90 0.2 | 125-22 | 1270 640
%@%@‘E"i‘ﬁg%?‘ Jos102 | 140 02 | 12525 | 1,020 410 140 02 | 125-22 | 1,020 510
. ,1.237
42-52HRC 210 - - - - 210 - - - -
| 3 ~ " ~ -

o 90 02 | 125-25 | 890 250 90 02 | 125-22 | 890 310
Ha"g’gzzd s Joe102 | 140 02 | 125-25 | 640 130 140 02 | 125-22 | 640 160
'55-62HRC 210 - - - - 210 - - - -

& = ~90 02 | 12525 | 2550 | 2,040 | ~90 02 | 125-22 | 2550 | 2,550
BB | Jesto2 | 140 02 | 125-25 | 1910 | 1,150 140 02 | 125-22 | 1910 | 1440
556G, G6G) 210 02 | 12515 | 1,660 660 210 02 | 125415 | 1,660 820
RS ~90 02 | 12525 | 2290 | 1370 | ~90 02 | 125-22 | 2290 | 1,710
SUS304
T 250HBLLT | J06102 | 140 02 | 12525 | 1,660 800 140 02 | 125-22 | 1,660 | 1,000
tainless stee
Below 250HB 210 02 | 12515 | 1,270 510 210 02 | 125-15 | 1,270 640
~90 02 | 12525 | 640 380 | ~90 02 | 125-22 | 640 480
ForUES
(Ti6A-4v) [ Jc6102 | 140 02 | 12525 | 380 150 140 02 | 125-22 | 380 190
Titanium alloy
210 02 | 125-15 | 380 150 210 02 | 125-15 | 380 190

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

BERALOXEEEIR

1) LEEDOUIRISE A IE FEMEIES SO T— JRIMEICIE U TEREE 280,

UV N RELIIGE I TAARS £ LRBIEL W HERLTLEIV. HDVIEEERE £ T TERA SV,
HMENTENHZE I FTTRAARE LR L TLAEZV RICNGE SV VIE T TERL 2,
)

4) T7—TA—ICEWYIN K FRRELIBEIToTLIZEW BT IUMCTOF v ET A T TR KFRIBITEBL S,

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

2)In case of chatter occurring, recommend to reduce the depth of cut dp or Spindle speed and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

4)Use air blow.



// DIJET

EETLEIFRAYPHWH: A5E3RRTF v T {FEVIHISRG

Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QAMTYIRAEI1S5—AY K/ MQXA: MOX type

TE® (mm) Tool dia.

wa | T 32
Work materials ZLE X% No. of teeth 5N F# No. of teeth 6N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁ\,l)ﬂsc) ~100 0.2 16~32 1,990 1490 | ~100 0.2 16~30 1,990 1,790
B&250HBLITR | CX75
%(arbon Ste?l (106102) 150 0.2 16~32 1,990 1,490 150 0.2 16~30 | 1,990 1,790
B0, B3 210 02 | 16-32 | 1490 890 210 | 02 | 1630 | 1490 | 1,070
IE&M ~~ ~, ~~ ~
e 100 0.2 16~32 1,790 1,340 100 0.2 16~30 | 1,790 1,610

255HBIL T | OX75
e |uGoion| 180 | 02 | 16-32 | 1790 | 1,340 | 150 | 02 | 16-30 | 1,790 | 1610

(1.2344,1.2379)

et 210 0.2 16~32 | 1,290 770 210 0.2 16-30 | 1,290 920
G e P 100 0.2 16-32 | 1790 | 1,340 100 0.2 16~30 | 1,790 | 1,610
BS30-SBHRC | yce102 | 150 | 02 | 16-32 | 1,790 | 1,340 150 | 02 | 16-30 | 1,790 | 1,610
(1,231, £20) 210 0.2 16~32 | 1290 770 210 0.2 16~30 | 1,290 920
7U/\—|‘“7m ~ ~ ~ ~
i 100 0.2 16-32 | 1590 950 100 0.2 16-30 | 1590 | 1,140
B 38.4SHRC | uce102 | 150 | 02 | 1632 | 1,590 950 150 | 02 | 16-30 | 1,590 | 1,140
g tel 210 0.2 16-32 | 1,290 650 210 0.2 16-30 | 1,290 770
i o ~100 0.2 16~32 | 1,000 500 | ~100 0.2 16~30 | 1,000 600
oaesehiC | ycet02 | 150 | 0.2 | 1632 | 1,000 500 150 | 02 | 16-30 | 1,000 600
(1.2344,1.2379) 210 02 | 16~20 800 400 210 | 02 | 16~20 800 480
1 AT ~ 3 - N
R S 100 0.2 16~32 700 250 100 0.2 16~30 700 300
[ROSS6aHAC luceto2 | 150 | 02 | 16-32 700 250 150 | 02 | 16~30 700 300
e 210 0.2 16~20 500 130 210 0.2 16~20 500 160
(gﬁg Fi%) ~100 0.2 16~32 1,990 1,990 | ~100 0.2 16~30 1,990 2,390
BB |Jcet02 | 150 | 02 | 16-32 | 1990 | 1,990 150 | 02 | 16-30 | 1,990 | 2,390
2\56, G6G) 210 02 | 16-32 | 1,290 970 210 | 02 1630 | 1290 | 1,160
257V ~100 0.2 16-32 | 1790 | 1340 | ~100 0.2 16-30 | 1790 | 1,610
(SUS304)

BEE250HBLLT | JC6102 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610

Stainless steel

Below 250HB 210 0.2 16~32 1,290 770 210 0.2 16~30 1,290 920
~100 0.2 16~32 500 380 ~100 0.2 16~30 500 460
FYVEE
(Ti-6AI-4V) JC6102 150 0.2 16~32 500 380 150 0.2 16~30 500 460
Titanium alloy
210 0.2 16~20 300 150 210 0.2 16~20 300 180

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

BEALOEEER
1) LEEDUIRISE S RIS S OT— JRIMEICICC THREE 280,

2) PN RELIBE IR THAARS & LEEHEL ) HX LTSV HDVIEEEERE £ T TER SV,

B EMEN N RENHZE I FTTHAARS R LTSV RICNS ST VIE T TERL 7280,

4) IT7—7A—CEVNKTRRELIEBEIT TSV, BT AIUMCTOF v ET« NI TR KFRIBISEE LS 280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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EETLEIFRAYPHWH A5E3RRTF v T {REVHISRG

Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QMY YIRAEI1S—AYRK/MQAXR; MaXtype

TE®Z (mm) Tool dia.

wEa | T2 40
Work materials ZE F#L No. of teeth 6N F#L No. of teeth 7N
Grades 2 ap ae n Vi 2 ap e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Sgcﬁsﬁsmsc) ~100 0.2 20~40 | 1,590 1,140 | ~100 0.2 20~38 | 1,590 1,330
BES250HBLITR | CX75
%(arbon o | 150 0.2 20-40 | 1,590 | 1,140 150 0.2 20-38 | 1,590 | 1,330
B0, Lo 210 02 | 20-40 | 1,190 720 210 | 02 | 2038 | 1190 840
g | 100 0.2 20-40 | 1,430 | 1,030 100 0.2 20-38 | 1,430 | 1,200
o T | ucaion| 150 0.2 20-40 | 1,430 | 1,030 150 0.2 20-38 | 1,430 | 1,200
e et 210 | 02 | 2040 | 1,030 620 210 | 02 | 20-38 | 1,030 720
G 50 100 0.2 20-40 | 1430 | 1,030 100 0.2 20-38 | 1430 | 1,200
BS30SBHRC | yce102 | 150 | 02 | 20-40 | 1,430 | 1,030 150 | 02 | 20-38 | 1430 | 1,200
(1,211, £20) 210 0.2 | 20~40 | 1,030 620 210 | 02 20-38 | 1,030 720
7U/\—Hyﬁ|ﬁ ~ o~ ~ ~
BT B 100 0.2 20-40 | 1,270 910 100 0.2 20-38 | 1270 | 1,060
B 38.43HRC | uce102 | 150 | 02 | 20-40 | 1,270 910 150 | 02 | 20-38 | 1270 | 1,060
eyl 210 | 02 | 2040 | 1,030 620 210 | 02 | 20-38 | 1,030 720
sE ~100 0.2 20~40 800 480 | ~100 0.2 20~38 800 560
Boa2eHRC | yot02 | 150 | 0.2 | 20~40 800 480 150 | 02 | 20-38 800 560
(1.2344,1.2379) 210 0.2 | 20~40 640 380 210 | 02 20~38 640 440
15 ﬁlﬁ ~ ~ ~ o~
o 100 0.2 20~40 560 240 100 0.2 20-38 560 280
RES6B2HAC | uce102 | 150 0.2 20~40 560 240 150 0.2 20-38 560 280
iy 210 | 02 | 2040 | 400 120 210 | 02 | 20-38 | 400 140
(i% FE%) ~100 0.2 20~40 | 1,590 1,910 | ~100 0.2 20~38 | 1590 2,230
BB | Jeet02 | 150 | 02 | 20-40 | 1590 | 1910 150 | 02 | 20-38 | 1,500 | 2,230
556G, G6G) 210 | 02 | 2040 | 1190 | 1,070 210 | 02 | 20-38 | 1190 | 1250
RS ~100 0.2 20-40 | 1430 | 1,030 | ~100 0.2 20-38 | 1,430 | 1,200
SUS304
WE250HBLT (6102 | 150 0.2 20-40 | 1,430 | 1,030 150 0.2 20-38 | 1,430 | 1,200
tainless stee
Below 250HB 210 0.2 20-40 | 1,030 620 210 0.2 20~38 | 1,030 720
~100 0.2 20~40 400 360 | ~100 0.2 20~38 400 420
FovER
(Ti-6A-4V) | Jce102 | 150 0.2 20~40 400 360 150 0.2 20~38 400 420
Titanium alloy
210 0.2 20~40 240 140 210 0.2 20~38 240 170

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

BERALOXEEEIR

1) EEROYIAIEAE FWEIES ST — ZBIMEICIE U TREEC 280,

UV N RELIIGE I TAARS £ LRBIEL W HERLTLEIV. HDVIEEERE £ T TERA SV,
IHWMBNREDNHZE I FTYIAHFRIERL LIV RICNS SV VIET I THERAL SV,

4) T7—TA—ICEWYIN K FRRELIBEIToTLIZEW BT IUMCTOF v ET A T TR KFRIBITEBL S,

NOTE

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

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

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



// DIJET

EETLEIFRAYPHWH: A5E3RRTF v T {FEVIHISRG

Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QAMIY IR RTPIALTISA X/ QXPHR: QXP type (facemill type)

TE®& (mm) Tool dia,
w77 40
Work materials | & F# No. of teeth 6N ¥ No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | 02 | 20~40 | 1,500 | 1,140 | ~150 | 02 | 20~38 | 1,590 | 1,330
(068550 | 200 | 02 | 2040 | 1,500 | 1,140 200 | 02 | 20-38 | 1,590 | 1,330
B T |ucsion| 250 | 02 | 20-40 | 1.190 720 250 | 02 | 20-38 | 1,190 840
(cs0, C55) 30 | 02 | 20~22 | 1,030 620 30 | 02 | 20~22 | 1,030 720
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tam ~150 | 02 | 20-40 | 1430 | 1,030 | ~150 | 02 | 20~38 | 1,430 | 1,200
(SKD61, SKD11) 200 | 02 | 20-40 | 1430 | 1,030 200 | 02 | 20~38 | 1430 | 1,200
BB | 0| 250 | 02 | 20-40 | 1,030 | 620 | 250 | 02 | 20-38 | 1030 | 720
(1.2344,1.2379) 30 | 02 | 20-22 800 480 30 | 02 [ 20-22 800 560
Below 255HB 350 _ _ _ _ 350 _ _ _ _
JUN—R ~150 | 02 | 20-40 | 1430 | 1030 | ~150 | 02 | 20~38 | 1,430 | 1,200
(fPy. PXS, P20) 200 | 02 | 20-40 | 1,030 | 1,030 200 | 02 | 20-38 | 1,030 | 1,200
BQINIOHAC |uceto2 | 250 | 0.2 | 2040 800 620 250 | 02 | 20-38 800 720
(1.2311, P20) 30 | 02 | 20-22 800 480 300 | 02 | 20~22 800 560
30-36HRC 350 _ _ _ _ 350 _ _ _ _
SUN—R ~150 | 02 | 20-40 | 1270 910 | ~150 | 02 | 20-38 | 1,270 | 1,060
(NAKBO, HeT, P21) 200 | 02 | 20-40 | 1270 910 200 | 02 | 2038 | 1,270 | 1,060
BGIBASHAC |ucot02 | 250 | 0.2 | 20-40 | 1,030 620 250 | 02 | 20-38 | 1,080 720
(1.2311, P21) 30 | 02 | 20-22 720 430 300 | 02 | 20-22 720 500
38-43HRC 350 _ _ _ _ 350 _ _ _ _
55 ~150 | 02 | 20-40 800 480 | ~150 | 02 | 20-38 800 560
(SKDG', DAC,DH) 200 | 02 | 20-40 800 480 200 | 02 [ 20-38 800 560
B2 9eHRC |ucet02 | 250 | 02 | 20-40 640 380 250 | 02 | 20~38 640 440
(1.2344, 1.2379) 30 | 02 | 20-22 400 120 30 | 02 | 20-22 400 140
42-52HRC 350 _ _ _ _ 350 _ _ _ _
55 ~150 | 02 | 20-40 560 240 | ~150 | 0.2 | 20~38 560 280
(SKDG1, DAC, DHA) 200 | 02 | 20~40 560 240 200 | 02 | 20-38 560 240
[RCS6BHAC 1 ucet02 | 250 | 02 | 20-40 400 120 250 | 02 | 20-38 400 140
(1.2344, 1.2379) 30 | 02 [ 20-22 400 120 30 | 02 [ 20-22 400 140
55-62HRC 350 _ _ _ _ 350 _ _ _ _
= % ~150 | 02 | 2040 | 1590 | 1910 | ~150 | 02 | 20~38 | 1590 | 2,230
S - 200 | 02 | 20-40 | 1590 | 1,910 200 | 02 | 2038 | 1,500 | 2,230
tes & Noduarotion | 9C6102 | 250 | 02 | 20~40 | 1,490 | 1,070 250 | 02 | 20-38 | 1,190 | 1,250
(GG, 6GE) 30 | 02 | 20~-22 | 1,030 620 30 | 02 | 20~22 | 1,30 720
Below 300HB 350 _ _ _ _ 350 _ _ _ _
- ~150 | 02 | 20-40 | 1430 | 1,030 | ~150 | 0.2 | 20~38 | 1,430 | 1,200
(siUs304) 200 | 02 | 20~40 | 1430 | 1,030 200 | 02 | 2038 | 1,430 | 1,200
EE250HBLIT | JC6102 | 250 | 0.2 | 2040 | 1,030 620 250 | 02 | 20~38 | 1,030 720
Sanjess steel ggg 0.2 | 20-22 800 480 ggg 02 | 20~22 800 560
~150 | 02 | 20-40 400 360 | ~150 | 02 | 20-38 400 420
Fovas 200 | 02 | 20~40 400 360 200 | 02 | 20-38 400 420
(Ti-6A-4V)  |JC6102 | 250 | 0.2 | 20~40 240 140 250 | 02 | 20~22 240 160
Titanium alloy 300 0.2 20~22 240 140 300 0.2 20~22 240 160
350 - - - - 350 - - - -

2 IDRINRHELRS, ap: MARDYNAHKRE, Ge: FERAMDEYLAHRE, n: TEREERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WEALDOESEIR
1) LRROYIEIEAE MRS SO 7— 7RSS U TREEC 20,

)PV RELELGEIE YHAARS £ LEEBES R L TSIV H BV EEEREE T TERL LSV,
DEWBNRENHZE I} FTVRAAFRIERLHWLEIVRICNGE SV VIETIF THEAL SV,

4) T7—7A—IC &N KFRRENIBEIT TSN AFHC AIMCTDF v EF A IIZTIRYIN KFRIBISTE /280

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.
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EETLEIFRAYPHWH A5E3RRTF v T {REVHISRG

Recommended cutting conditions for "YPHW-type inserts" (For bottom face finishing)
QMY Y IR RFPILTITSA R/ QXPH: QXP type (facemill type)

TER (mm) Tool dia.
wE | TV 50 5052

Work materials 2L FEL No. of teeth 7N FEL No. of teeth 8N
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~150 0.2 25-50 | 1,270 | 1,330 | ~150 0.2 25-48 | 1,270 | 1,520
(550¢. 855C) 200 0.2 25-50 | 1,270 | 1,330 200 0.2 25-48 | 1270 | 1,520
T | Joaion)| 250 | 02 | 2550 | 1.270 | 1200 250 | 02 | 2548 | 1270 | 1370
(C50, C55) 300 0.2 25-50 950 800 300 0.2 25-48 950 920
Below250HB 350 0.2 25-28 950 800 350 0.2 25-28 950 920
TEm ~150 0.2 25-50 | 1,150 | 1,210 | ~150 0.2 25-48 | 1,150 | 1,380
(SKDGBT. SKD11) 200 0.2 25-50 | 1,150 | 1,210 200 0.2 25-48 | 1,150 | 1,380
BB | aios| 250 | 02 | 25-50 | 1,150 | 1,090 250 | 02 | 25-48 | 1150 | 1,250
(12344, 1.2379) 300 0.2 25-50 830 700 300 0.2 25-48 830 800
Bl 350 0.2 25-28 830 700 350 0.2 25-28 830 800
S UN—FE ~150 0.2 25-50 | 1,150 | 1,210 | ~150 0.2 25-48 | 1,150 | 1,380
(fpl7. Px5 P20) 200 0.2 25-50 | 1,150 | 1,210 200 0.2 25-48 | 1,150 | 1,380
BES036HAC |ycet02 | 250 | 0.2 | 25-50 | 1,150 | 1,090 250 | 02 | 25-48 | 1,150 | 1,250
(1.2311, P20) 300 0.2 2550 830 700 300 0.2 25-48 830 800
30-36HRC 350 0.2 25-28 830 700 350 0.2 25-28 830 800
S UN—FRvE ~150 0.2 25-50 950 800 | ~150 0.2 25-48 950 910
(TAKGD, HeT P21) 200 0.2 25-50 950 800 200 0.2 25-48 950 910
BCI8ASIRC | yce102 | 250 | 0.2 | 25-50 950 730 250 | 02 | 2548 950 830
(1.2311, P21) 300 0.2 25-50 830 700 300 0.2 25-48 830 800
H ATl 350 0.2 25-28 830 700 350 0.2 25-28 830 800
55 A3 ~150 0.2 25-50 510 360 | ~150 0.2 25-48 510 410
(SK0B1,DAC. D) 200 0.2 25-50 510 360 200 0.2 25-48 510 410
BA252HRC | yoe102 | 250 | 02 | 25-50 510 340 250 0.2 | 25-48 510 390
(12344, 12879 300 0.2 25-50 380 270 300 0.2 25-48 380 310
- 350 0.2 2528 380 270 350 0.2 2528 380 310
55 A3 ~150 0.2 25-50 380 190 | ~150 0.2 25-48 380 220
(SKDB1, DAC, DHA) 200 0.2 25-50 380 190 200 0.2 25-48 380 220
[RCSS62HAC lucsto2 | 250 | 0.2 | 25-50 380 160 250 | 02 | 25-48 380 180
(1.2344, 1.2379) 300 0.2 25-50 320 130 300 0.2 25-48 320 150
2 AR 350 0.2 2528 320 130 350 0.2 2528 320 150
= o ~150 0.2 25-50 | 1,270 | 1,780 | ~150 0.2 25-48 | 1,270 | 2,030
lGreD 200 0.2 25-50 | 1,270 | 1,780 200 0.2 25-48 | 1,270 | 2,030
B a i | JC6102 250 0.2 25-50 | 1,270 | 1,560 250 0.2 25-48 | 1,270 | 1,780
(GG, GGG) 300 0.2 25-50 950 | 1,000 300 0.2 2548 950 | 1,140
Below 300HB 350 0.2 25-28 950 | 1,000 350 0.2 25-28 950 | 1,140
I ~150 0.2 25-50 | 1,150 | 1,210 | ~150 0.2 25-43 | 1,150 | 1,380
(60830 200 0.2 25-50 | 1,150 | 1,210 200 0.2 25-48 | 1,150 | 1,380
B250HBILT | JC6102 250 0.2 25-50 | 1,150 | 1,090 250 0.2 25-48 | 1,150 | 1,250
Ganiess stee 300 | 02 | 25-50 | 830 700 300 | 02 | 25-48 | 830 800
350 0.2 25-28 830 700 350 0.2 25-28 830 800
~150 0.2 25-50 320 340 | ~150 0.2 25-48 320 390
Foae 200 0.2 2550 320 340 200 0.2 25-48 320 390
(T-6AI-Y) | JC6102 250 0.2 2550 320 300 250 0.2 25-48 320 340
Titanium alloy 300 0.2 25~50 190 160 300 0.2 25~48 190 180
350 0.2 25-28 190 160 350 0.2 2528 190 180

2 IDRINRHELRS, ap: BIARDOYNAHKRE, Ge: FEAMDYLAHRE, n: TEEERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERLOERERIR

1) LERROYIEIEAE RIS SO T7— Z7BIMEICIE U TREEC 20,

)PV RELLGEIE YhAARS £ LEEBES R L TSIV HBWEEERE E T TERL SV,
DEWBNAENHZE I FTTRAARSERLWLEZIVRICNGE SV VIET I TERAL SV,

4) T7—7 A&V K FREDBET TSV HFICALUMCTOF v ET A I TIEEN) KFTRIBISERL 280,

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 dp or Spindle speed and keep feed per tooth.
3)If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

@ 4)Use air blow.
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DIJET INDUSTRIAL CO., LTD. (Europe)
Unit 2 Mundells Court, Welwyn Garden City, Herts AL7 1EN, England
Phone. 44-1707-325444 Fax. 44-1707-330197

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.1008 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

DIJET INDUSTRIAL CO., LTD. (Dalian Office)
Rm 2203, Bldg B, No1, Bldg 1st, WuCaiCheng, Development Zone,
Dailian City, 116600, China
Phone. 86-411-8757-9503 Fax. 86-411-8753-8559

| http://www.dijet.co.jp

DIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town,
Dongguan City, Guangdong Provence, 523850 P. R., CHINA
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608

DIJET INDUSTRIAL CO., LTD. (Wuhan office)
Room A3117, Zhongshang office Bldg, No.7 Zhongnan Road, Wuchang,
Wauhan City, Hubei, 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.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

QT EMKG . WRDIHFEFLEEI DI ENBDFT, Specification shall be changed without notice.
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