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Indexable radius cutter for hard-to-cut material
with double-side insert.
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Achieved edge sharpness & strength
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L= §& Features

tIhikEaE 2 Wi w2 7

"EXTREME DIEMATE" EXTDM / MTX type with edge sharpness and strength.

~\
r. BEOAY AN FIC &N E T % R A 7

2—EY7L—FNIICRBLNEF Y 7R, —
Achieved edge sharpness and strength by unique helical cutting edge. ¢ \
Adopted radius insert suitable for turbine blade machining. ew m

1 S }l Double-side usable!

® F v 7HE 8 O—F {1tk MATERMOLHIERICEHN. AUHIRT

Economical double-side insert (8 corners). Helical cutting edge y

r
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Unique insert rotation preventing structure: Due to wedge-shaped binding face of
insert prevents movement of inserts. Able to stable machining.
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$i PVD O—7 1 » J#1#@<JC7560P> # AL, &W—EORSHERA,
New PVD coated grade “JC7560P” achieved longer tool life compared with conventional PVD coated grade “JC7560”. )

(
@ A%ETRAZ DI C38AL17K<) £FAL. MIBOUTY £MEl,

Insert are arranged in an irregular pitch (except for 3 tooth type). Prevents chattering & vibration. )

5))-If:3 3 Cutting performance

@ UJEIE 1 LEE Cutting force comparison

#HEI# Mat’l: S50C C50
YIHI%&4 Cutting conditions :Vc=180m/min, n=1,146min-1, ae=30mm mﬂjﬁﬁw, ":/" 24 7 &
Ay hwy b Downcut T7 JH— Airblow 1# XA THMI Testby 1 insert HEF

R 2 (4 %ﬁ

2t L& & Overhung length.: 120mm . .
TEf#E Tool No.: EXTDM-5050R-12-22( 50) kL4 Holder No.: BT50 Singforee oFR oM ';O"’S'I't'l‘\‘/’:tchht‘:':rame il
F v FHE Insert No.:RNMU1205MOE-MM (JC7560P)

XGEYHm| | £ m XGEYSH)
Feed force o Feed force
Y(E57) = m Y(ESD)
Main force Main force

VA 92)) : Z(ERH)
O Back force 3 O Back force
o &% . &h
Wit s THOANY—LALALD Resultant force Wit s THOANY=LALALD Resultant force

(Roa47) EXTDM (¢ 50) (k174 4 7) (Ror4T) EXTDM¥ (¢ 50) (k474 4 7)
Conventional tool (positive) EXTDM type (¢ 50, negative) Conventional tool (positive) EXTDM type (¢ 50, negative)
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DIJET
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Indexable radius cutter for hard-to-cut material.

MIBOUUTY ZME !
(%38 H &2 1 TS )
Irregular pitch prevents
chattering & vibration
(except for 3 tooth type).

AYANTRT
YN EFSBEEMI |\

b
Achieved edge sharpness & T
strength by helical cutting edge\ \

99— bRE

REICH 5% % HE
Through coolant hole:
surely coolant supply to cutting edge

& ICEL A EPEE+ REOGNREICK Y, REWEE65HRCLLL
BEEN OBRERICHE SAIRT, FFMAEIVUIATHEERR
E30% I EF7Y 7, BREMIRGFICERAERIBLEY, E5(C. £V
<FDBE. WORELZNHTIMNREBVET,
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. Make it difficult to be
damaged even under, severe cutting conditions. Also rust-proof and-anti-welding. effect is
much improved.

5)]:/f:3--88 Cutting performance

@ A tEE Tool life comparison
HWHIA Mat'l: TIILT YA FRRXT U LRE (SUS420J2) Stainless steel (Martensitic)
IHI%& 4 Cutting conditions:Vc=260m/min, n=1,650min-1, Vf=495mm/min, fz=0.3mm/t, ae=30mm,
ap=0.5-2.5mm S Y EUSMI(°)EL, ¥9>Hh v kb Down cut, T7 7 O0— Air blow, 1#FZTHI Test by 1 insert
TEE Tool No.: EXTDM-5050R-12-22( ¢ 50), F v T#ZE Insert No.:RNMU1205MOE-MM (JC7560P)

SVEVTMI(1)EE , ———
Face milling & ramping ' 25m

7 FyEVY

Chipping

20m
FyeEvI Normal wear
10m Chipping h
FoEVY —'

(2.2)
I Chipping ]'- /

; ET: RNMU1205MOE-MM (JC7560P)

e J $H#%S Equivalent for competitor J

- L #4848 Equivalent for competitor L

=@= R 4% S Equivalent for competitor R

10 20 30
tIHI& (m) Cutting length

100 100 100 100 100
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IPAM)=LFL AL

RPEA4T 7742

Facemill type

“EXTREME DIEMATE” EXTDM / MTX type

G'B@d‘y 9= b743E Through coolant hole

¢ Db

o
N
|
¢ d1 \&
¢Dc
R7 e & 7 | A st & (mm) Dimensions EE(kg)
Bore Cat. No. Stock ’\:g(')t?f ¢Dc| R Lf ¢Db| ¢d | ¢d1 a b V4 Weight
EXTDM-5050R-12-22| @ 5 50 6 40 43 22 (165|104 | 6.3 | 20 0.29
T |EXTDM-5052R-12-22| @ 5 52 6 40 43 22 [16.5/104 | 6.3 | 20 0.30
NES YA X EXTDM-6063R12-22| ® | 6 | 63 6 | 40 | 48 | 22 | 165|104 6.3 | 20 | 043
EXTDM-6063R-12-27| @ 6 63 6 50 58 27 | 20 124 | 7 22 0.56
EXTDM-6066R-12-27| @ 6 66 6 50 60 27 |20 124 | 7 22 0.64
) ARLFICF Y THEHRATHY Fh. BRERDHEEL, T ——
Note) All cutters are supplied without inserts.
i e R e
A-15T TSW-410H 3.5
s F AN EIN FEE AN DEL ESI Ml Modular head MTX type
TYPE
G-Body, c MD
(®)
1 [ TARNANR / 5
+ - A i - a
[ 7 he N
(% ©
w R Lf
st 3% (mm) Dimensions & Parts
95 7Rt LoF
2 & ‘T‘:EE 3‘]%( 3'("1'1755"'“}7 Clamp screw Wrench
Cat. No. Stock i’r\lls?ér?;quC R | Lf |¢Db| MD | C | W [ Applicable inserts & \\
MTX-3032-12-M16| @ 3 32 | 6 43 | 28 |M16| 12 | 22
RNMU1205MOE-MM TSW-410H A-15T
MTX-4040-12-M16 | @ 4 40 | 6 43 | 32 M16| 14 | 26

) 1L RLFICF Y TEHEARATHY FE A, FIEEROLESN,

2. ¥V 25—~y FOHEEMTT LT IZP8ETSBESLY,
Note) 1. All cutters are supplied without inserts.
2. Please see page 8 for recommended tightening torque.

77 =1 Arvor

EIEIF4E Cutting conditions (NI

9S50 TRLHE | #EMNLY (N-m)
Clamp screw Recommended torque
TSW-410H 3.5

e

@ | X—/—71E[EH Standard stockitems

© :3EHEEESR Soon to be stocked

O EEHELEYREBFEF Soon to be deleted
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EXTDME/ MTX WinFy 7 WLEELRS

8 1 | ; a
S ‘ [ ©
| |
\
T
e & TR J—7# (\m) PV%@ID—CZ;{;C“/? st & (mm) Dimensions
Cat. No. Tolerance | Total of corners (double-side) @ JC7560P ¢ Dc T oD
RNMU1205MOE-MM M 8 [ ] 12 5.3 4.6

14 —X10fAY TY, 10 inserts per case.

Fv 7RYFITREOERE Attention to mounting insert

ZH=YUME A) ¥R (B)
contact surface (A) L binding face,

XF v ITOEEYEADND Y ZRAEOHREB)CZ=5LSICEFL TS,
Put insert so that contact surface of insert (A) can come into contact with wedge-shaped binding face(B).

@ | A—H—7TEEM Standard stock items © ! 3EHEEESR Soon to be stocked O : EEHE<TE Y REFEFE Soon to be deleted ] e




MSN

TYPE

IPAM)=LFL AL

ME—B(E215—AY FBA—NVBES v+~ I 7—IN)
BRETEATA For igh productniy

MSN Carbide shank holder

“EXTREME DIEMATE” EXTDM / MTX type

L

B~

$D2: V=5V hRE
Coolant hole dia.
e
= - - = —1 2
°
1 Iy On° 1
L
IRV v9247 End mill shank type
B & 7HE < & (mm) Dimensions E%(kg) Fia.
Cat. No. Stock ®Ds D1 L @ D1 On° MD ®D2 Weight
MSN-M16-25-S32C ® 32 25 90 29 - 0.85 1
MSN-M16-55-S32C ® 32 55 120 29 - 1.13 1
MSN-M16-77-S32C L 32 77 157 29 - 1.47 1
MSN-M16-97-S32C L 32 97 177 29 - 1.64 1
MSN-M16-105-S32C L 32 105 170 29 - 1.59 1
MSN-M16-117T-S32C ® 32 117 197 29 0°38' 1.88 2
MSN-M16-127-S32C L 32 127 207 29 - 1.89 1
MSN-M16-127T-S32C L 32 127 207 29 0°30' 2.23 2
MSN-M16-155-S32C L 32 155 220 29 - Mo 8 2.04 1
MSN-M16-177-S32C L 32 177 257 29 - 2.32 1
MSN-M16-177T-S32C ® 32 177 257 29 0°23' 2.78 2
MSN-M16-195-S32C L 32 195 260 29 - 2.40 1
MSN-M16-197T-S32C ® 32 197 277 29 0°23' 3.00 2
MSN-M16-225-S32C ® 32 225 290 29 - 2.57 1
MSN-M16-245-S32C L 32 245 310 29 - 274 1
MSN-M16-295-S32C ® 32 295 360 29 - 3.17 1

) EVaS5—AY FOHEHMN T RILIIEP8ECSEESL,

Note) Please see page 8 for recommended tightening torque.

(5 )

@ | X—A—7EEM Standard stock items

O : EEEES Soon to be stocked

O EEHNELEYREFEFE Soon to be deleted




// DIJET

MSN MSN Carbide shank holder
TYPE 92— bAR{FE Through coolant hole M ERESENM I For high productivity ° )
AAE) =~

AL —W77—I1\%41 7 Straight arbor type

~t ;% (mm) Dimensions -

e & TE E8 (kg

Cat. No. Stock ®Ds L MD ¢ D2 Weight
MSN-M16-160S-S28C (] 160 1.22
MSN-M16-230S-S28C o 28 230 M16 8 1.77
MSN-M16-310S-S28C (] 310 2.41
MSN-M16-157S-S32C () 157 1.61
MSN-M16-217S-S32C (] 217 2.22

32 M16 8

MSN-M16-287S-S32C () 287 2.94
MSN-M16-357S-S32C ( 357 3.66

) EDaT—Ay FOHRMM T LY IEP8E ZSMB &Ly, Note) Please see page 8 for recommended tightening torque.

MGNL Bl G-Body(£¥15-AYKEAZRF - +> 97 —/) MGN G-Body steel shank holder

TYPE 9= PREHE Through coolant hole

o, OSRIEN DO AEICENDG-Body @ 3a— k2147
’(51@ G:Body] ez L& sAEI M bEMIEOYY < Tk =A< & SHIRREIIE,
AR MNT =T RIZHLENTZAEEG-Body (RF—ILI v y) ZHEWZLET,
*Adopted ultra-rigid and improved body durability "G-Body". <Short type
+Cost-effective and high strength steel shank holder.
¢D2: U —F > hR#E Coolant hole dia.

'l ([
O fliadid Ty
. 21 |

MD

gosre

I /RIN w247 End mill shank type

T % (mm) Di i

ﬁz % EE /i ( ) Imensions EE (kg)
Cat. No. Stock ®Ds D1 L ¢ D1 On° MD ¢ D2 Weight

MGN-M16-37-S32 ® 32 37 107 29 - M16 6 0.56

MGN-M16-77-S32 o 32 77 157 29 = M16 6 0.83

A) 1. EVaT—AY FETEEG-BodyHAEHLERDUHEIZEHEE. PODEELHIZHRETOFFERACILEL,
2. EVa 5=~y FOHERMTIT FILY IZP8ZE ISELEE L,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 9).
2. Please see page 10 for recommended tightening torque.

M EEICEN 3RS S+ RE OGN & Y| REES65HRCLLE EEBEMNDERER IR CERITET, RMATAKE
BLUIEFGEHERMARE30%LU LT YT, BEEAMIEHICERAETRIEBELET,
G_B@dy EBI YT ORE, BORELMFHTIHNREHYET,
A 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.

@ | A—H—7TEEM Standard stock items O ! JEHEER Soon to be stocked O FEENELIRYREREE Soon to be deleted ] 6
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i Nt LA MSA Arbor integrated carbide shank
TYPE

9= b7FE Through coolant hole M EHESEM TR For high productivity )
AE)—
L
D Geme v oy)
(Carbide shank) 21
E
g . 5 42 BT No.
a e‘
-
a e
q

e & EE < ;& (mm) Dimensions E%(kg)

Sl Stock | ) ems) [ 02 L $D1 | MD | ¢D2 | BT No. | Weight
MSA-M16-140-25-BT50 | 3% 25 | 115 42 140 29 M16 54 | BT50 | 54
MSA-M16-165-50-BT50 | 3 50 | 115 42 165 29 M16 54 | BT50 | 5.6
MSA-M16-190-75-BT50 | 3 75 | 115 42 190 29 M16 54 | BT50 | 5.8
MSA-M16-215-100-BT50( % | 100 | 115 42 215 29 M16 54 | BT50 | 6.0
MSA-M16-240-125-BT50| % | 125 | 115 42 240 29 M16 54 | BT50 | 6.2

F) 1. EDaT—AY FEBA—FEAEHOEROTAIZEE. PODZEELIAEI  Note) 1. In case of using modular head combined with MSA arbor, apply

FHRETOFFERCEZ S, the recommended cutting conditions sheet (see page 9).
2. EV a5 —Ay ROHEMAT T LY IEP8ZEISBE S, 2. Please see page 8 for recommended tightening torque.
J.TNREY FIITELTHY FE A, 3. MSA arbor is supplied without pull studs.

et NC i I UM MSA Arbor integrated carbide shank
TYPE

9= b7FE Through coolant hole M FSHESEIM T For high productivity .
L
D G voy)
(Carbide shank) 21
£ 5 92 E@? HSK No.
S “ 3
E .g[ -
©
R |
a _ SR || R
e = M

9= b Y MMFE Coolant duct
e & HE <t ;% (mm) Dimensions ﬁ%(kg)
Cat. No. Stock | §amm) D4 22 L $D1 | MD | ¢D2 |HSKNo.| Weight
MSA-M16-140-25-A100 | 3% 25 | 115 42 140 29 | M16 | 54 | A100 | 4.1
MSA-M16-165-50-A100 | 3 50 | 115 42 165 29 | M16 | 54 | A100 | 43
MSA-M16-190-75-A100 | 3% 75 | 115 42 190 29 | M16 | 54 | A100 | 4.5
MSA-M16-215-100-A100| % | 100 | 115 42 215 20 | M16 | 54 | A100 | 47
MSA-M16-240-125-A100| 3% | 125 | 115 42 240 20 | M16 | 54 | A100 | 4.9

) 1. EVaT—Ay FEER—FEAAHLEHOUAEIEE L. PODIZELAE]  Note) 1. In case of using modular head combined with MSA arbor, apply
FERETOFEFBRACIESL, the recommended cutting conditions sheet (see page 9).
2. BV T—AY FOEEBRH T LI IFP8E CSEBZE L, 2. Please see page 8 for recommended tightening torque.

e [ @ | X—H—7E[EH Standard stockitems O : JEEEER Soon to be stocked X BSFHEEM Make to order
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EIV2AS5—AYNERLDFEEIE QWUELTD

A TI2S5—Ay REDFFBED;FER  Attention to mounting head and MSN/ MGN shank holder.

EJaAS5—AYRFSHIFFIE Tightening procedure

) &R cleaning

EI1S5—AYR F—)VBEY vV I 7 —NTEE—#] (b ULIFRAF =LY+ I 7—/N\[TEEG-Body]) D& Z 7 —ICT

ERIEE L,

Remove dirt and chips with air from the connecting thread and shank holder.
2 {8 Initial Tightening

FMHICT.EI 1S —AYNFEESF —IVBEY v I 7 —NTRE—#] (BULIERF =L+ I 7 —/\[TEEG-Body | ) ikE

WHBFTRImHLTLIIZE L,

Tighten by hand until the head and the shank holder faces meet.

15 A#sheF T2 Final Tightening
ML bO—=VZNFBHULKFERR/INF (DSTA D) ICTHRENVIETH > EBERS BAMHDLTIZE L,
RN TE VT EERESRLSIZE 0,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(X) RS € I [CIREICRRN S HIRBTHFRHD T35 RUEBL VIR T 3ERENBVET

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

A FEEEIR
1. ZANF MLV O—=ILRNF B ULEFERR/INF (DST A ) Zd SEARALK TV U TMNLIEZSERLIZETW),
2. ZNF (& FEDHIFAEICKH K W EERS B TEAHLEET W,
3. BEVAS—AYREF—IVBEY v 77— N [TBE—& (B ULIFRF =L+ T 7 —/\[TEEG-Body)) DifEZZE S & T REN BN EZHERLIEE L,
Note) 1. Only use the torque control spanner wrench or 2. Please turn the spanner wrench slowly during use.

DIJET DS type spanner wrench. 3. Please confirm that there is no gap.
- - pp—— )1 ZANFIRFEI 2T —AYRREICFRMBLTEVE B Ao BEEBROLIZTL
RLYAZ | @ NLD | ZEEWmm) ™) () 500 0 2t E R 0B 925~y ROEE (W) D&V CHEENT RS

Thread | Tightening Torque | _ Spanner size REN(EV1T—AYRTERR—VER) . (R I THEHEENUBEBHEENBIET.)

M8 16N-m 10, 12* 3. ZEEW=12(XEBR) DEY15—AvRICDEELTH. BAR/IFDS- 122 HELTEUET.
M10 16N'm 14, 15 Note) 1. Modular heads are supplied without spanner wrench.

2 2. In case of choosing torque control spanner wrench, confirm that the wrench size is match to the
M12 20N'm 1 7, 19 dimensions W & C of each modular head.
R (There are some cases that modifying the thickness of spanner wrench is necessary)
M16 25N-m 221 26 3. ¥¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches.

A TAR—R(EY15—AYRBF—IVBEIv+>I7—N) BEERFOD;ER Selection of "MSN Carbide shank holder"

NEP16BDEI 15 —A\YRZEERT BIESIE. HESY T mmEL LEEOHVTEBR—RZEEL T IEE L),
KT OO FHAHIC KL, TBE—HHIFIET BBIERNHVE T,
In case of using modular head over ¢16mm,
please select MSN carbide shank that diameter (¢01) is Tmm or more smaller than modular head (¢ Dc).
A wrong selection causes the carbide shank damage.

¢Dc—dpD1Z1mm TEE

U752 20.5mmBl_ EihE
Clearance necessary
more than 0.5mm

TAE—RDERR : ¢D1
MSN carbide shank
neck diameter

YLK S ZIRETBH. J—-3 VM. I7T70-D
ERAZHERLET,

Coolant or air blow is recommended to remove the chips.

EV25—AYROTE: oDc |
Modular head cutting diameter !

A REFHKRIVI ~DOERDFIFIFD;ER  Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —NITEE—8 LTI 15— A\YREREFEDRILY TER T BIEE. EV15—AvRZEF T LT, [TEE—H DH
ZREFHUTRIGIFTIRE V. AYROEWFFHE REFEHEICITOTIEE 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. 9
) ANYRERFFEFFREFHETIENAYRPFUTIHFINCLLBRITENBIET,

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




I 7 Z I\ I) - A ﬁ { X { I\ “EXTREME DIEMATE” EXTDM / MTX type

- F45))-[E-TL 38 Recommended cutting conditions for EXTDM and MTX

O@IIVRN)—LEA AL RFTRAALT IS4 R EXTDM 2 EXTDM type (facemill type)

2gaakn| LB @ Dc (mm) Tool dia.
HAROLAAE 194Y D
u Fv 7| tIEIERE i Depth of cut e $50/52 X SN | ¢63/66 X 6N
HE A J .
Work materials #4%& |Cutiing speed| 7 L—7 feed per tooth
Grades| Vc (m/min) | Breaker apiEE (mm) ap oy | Yf_ W n ) \{f )
PEERE(mm in- mm/min min-! mm/min
ap range (mm) fz(mm/t)

0.5 0.55 3,704 3,498
INTIoHA RRAT VLR 10 0.40 2694 2544

(SUS403, 410, 420, 430%) ’ ’
’ ’ ’ 1.5 0.35 2,357 2,226

13Cr%& c7560P(170-220-270, MM 0.5-3.0 1,347 |2’ 1,060 |5’
Stainless steel (Martensitic) @2 smmitT) | 2.0 0.30 fvetom) 2,021 | vet2208)| 1,908
Recggngggdn‘?d 2.5 0.27 (652) 11,818 | (#66) 1,717
upios (3.0) 0.25 1,683 1,590
05| 0.55 2,692 2,544
FT—RTH4 FRATULURE 1.0 0.40 1,958 1,850
(suss%gggg, ) )c7560P(120-160-200, MM 0.5-3.0 151035 g79 |1113| 774 1’2;2

Stainless steel (Austenitic) (g2 smmilF) | 2.0 030 |(ve=1e085)| 1:469 | (ve=16085)| 15
Recommended 25 0.27 (052) 1,322 (¢66) |1,249
up to 2.5mm (3.0) 0.95 1.224 1,157

@t 15—~y R / MIXFE+EE—H (Eo15—~y FRA—ILEBES ¥4 7—s\) MTXand MSN type

zaaEn|  TEEZE @ Dc (mm) Tool dia.
BAROUAHE 1ALY D
” Fu 7| UIEIEE i Depth of cut 2y $32%3N $40x4N
# H # .
Work materials #4%& |Cutiing speed| 7 L—7 feed per tooth
Grades| Vc (m/min) | Breaker ap#iE(mm) ap (min-) (m,}]{;in) (mril.«) (m;{:ﬂn)
ap range (mm) fz(mmit)
0.5 0.55 3,610 3,852
TILToHA FRAT VLR 1.0 0.40 2,626 2.802
13Cr% 20| 030 |V 201,069 |70 2,101
Stainless steel (Martensitic) : : (032) ’ (¢40) ’
2.5 0.27 1,772 1,891
25 FRRF LR 0.5 0.55 2,625 2,801
—RT RAT VLAY
(SUS304, 316, 317%) 160 1'0 0.40 11,591 1’90? 1,273 f’03;
17Cr?é JC7560P 120- -200 MM 05 = 25 5 035 (VC=1605#) ,67 (VC=160&#) ,78
Stainless steel (Austenitic) 2.0 0.30 (032) (1,432 (940) 1,528
2.5 0.27 1,289 1,375

L hyARHLES, ap: UHAAES, Ve : LIHIERE, £ :Overhung length, ap: Depth of cut, Vc: Cutting speed,
N:TEMEEGEE, Vi ZYEE 2 1AH8YDEYE N Spindle speed, Vf: Feed speed, fz: feed per tooth

ERALOEESE

1. EREDUIHIZME. BEAEE KU T — RIS CTRECES L,

2. FRRIFRE LEE 3xDec BROYHIEHTY . AROEY .. BHLRSITHE CTYHEBEE Ve (m/min) &% YERE VE (mm/min)
FRELLZE,

3. FSAUH (T7—) EHELFET.

NOTE

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

2)In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.

3)Use air blow.

MM 7 L —ARINBERORVAY ANEIHMFAD
fe®h, ap=3mm LT TOERAZHRLFT.

MM breaker insert has helical cutting edge, so
recommend to use at ap=3mm or less.

EHL=E Ve Vf
£/Dc (m/min) |(mm/min)

~3Dc
Or under 3Dc 100% |100%

3Dci#E~5Dc
Over 3Dc, up to 5D¢ 70% | 70%

BS X5 > E 25 A Max. ramping angle

IEE (mm)| J|RSVEVIA
Tool dia. Max. ramping angle
32 0.7°
40 0.8°
50 1°
52 1°
63 0.8°
66 0.8°




// DIJET



o\WE

r -
N VA IR #VY2AL DIJET INDUSTRIAL co., LTD.
X #t T547-0002 APRHFEHFXIIEER2TEH1E185

TEL. 06(6791)678114% FAX. 06(6793)1221 ;
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CHEALEDER TaERSCTRAVRELDIC
C ONE GRS TEALBNTLEE V. @XEREFEPRITOH D TRF}ERALEN TS,
O DR BEMECLBT HICTERLEE W X RERFLRENN—ZTRALIZT L,
WARNING: °Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* oCutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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