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G-Body;

S TR MEICEBNTG-bodyZ#RF.
Adopted ultra-rigid and improved body durability “G-Body”.
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EHE$ High efficiency
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Q=2,250cc) Ffe. Fy T EREKIFF—DRISICKDERE
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High metal removal rate (aluminum alloy): Q=2,250 cc¢/min by 50 mm dia.
Insert has key for high velocity revolution specification.

%ﬁﬁgﬂﬂl Multi-purpose
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Ramping & helical interpolation possible.
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Accuracy comparison on cutting edge (Nominal dia.:¢25)
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AERO-CHIPPER showed
much precise dimension on
insert than competitor B.
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PEIEB.ﬁiEH:T:C Internal coolant supply

EV1S5—AYR VDI ITL TR 5A TR T —S N ERA,

High precision

SHREREF YT ERBICRD. BNTEEOIITHEIEE,
True 90 degrees shoulder milling.

PNIRE $15mm

MEE(CEN TR 4+ RE D CNUEC KD REFES65HRCLL EE/EEN DHRZER (Cra <&l
G'B@dy MT AMMAMS LU TLESGRZ T v T BRI GCORNZERBLE T, S5IC. IO TDE
& EOREZH T DMREDDET .

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. Make it difficult to be damaged
even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

@INIREE Machining accuracy
TERZ 1ol dia 25

I CEENNTHEE (@p=15mm, fz=0.4mm/1) SLCEEAN T (Qp=15mm, fz=0.6mm/1) (DIJET:EY15—~wR+F—J
Accuracy comparison on machined wall Accuracy comparison on machined wall EE)‘\;777 JITEE—E)
DR — _
HlWFEL Remains < —RUMAG (um) Over cut BllWFEL Remains —  —BUMAHK (um) Over cut MAL+MSN(carbide shank)
830 -20 -10 10 20 30 40 40 -30 20 -10 O 10 20 30 40 I work material :AS056
; ; ; ; ; ; ; ; ; ; ; ; ; n=20,000(min"")
Ve=1,570(m/min)
ap=15(mm) (2EIE1AF) two times
8e=3(mm)
Wet, Down cut

15mmEICHB T,
fENn(FBtt60umICHL
13um@@1/4L0F)o
During 15mm cutting length,

AERO-CHIPPER showed
4 times better accuracy.
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AERO-CHIPPER

Line
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Facemill type

.9—5‘/#7?171:& Through coolant hole © -
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~ti% (mm) Dimensions 58 FRRS ER&h Parts

217 W& | EE | % ) Bl MibFT T

Type Cat. No. Stock | No. of : min’ Applicable insert = -~

" inserts|?Dc | Lf | @Do| od | edt| a | b | £ |Weight |\, cpindle speed - Clamp screw| Wrench
A4 | ALX4050R ® | 4 | 50|50 45 |22225165| 84| 5 | 20| 04 24,000

MehBore || x5063R | @ | 5 | 63|50 | 50 [22225/16.5| 84| 5 | 20| 06 | 21,000 s

X0GT160500PDOR| o o o A-15T

AEsys(x ALX4050R22| ® | 4 | 50|50 |45 |22 [165[10.4| 6.3 20 | 0.4 24,000 e
Metric Bore | | v e0s3r22| ® | 5 | 63|50 |50 |22 |165(104| 63| 20 | 06 21,000 3.6N-m

@ X——TEEEM Standard stockitems OEEFEEERR Soon to be stocked

F) 1 AFCFVTFHBAANTHDF B, 2. 0—FRI.R2MEF VI ZEMAT DB AMEFEImEBI—F(CR1.5F/FC1.2mmEENMNTLTLEEW.  SIRETHISRAIIP.8-9%Z TS8R IEE L,
4 DHIERE1,000m/mini ETTERDBER. 77—/ WRILY ZZHICRE T, BEER ORI GV REFRGE SURICHHRL LTV,
Note) 1.All cutters are supplied without inserts. ~ 2.Attention to use 3mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. ~ 3.Please see page 8-9 for cutting conditions.
4.In case to use cutting speed over 1,000m/min, please adjust the arbor with the holder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors (JIS B 0905).

Qv IITLTISARA

End mill type o )
—. ) 77‘\4':7}:‘\ e »
@ —S>/NTUTZE Through coolant hole 3 2% 3
G-Boady,
22 £s
L
~ti& (mm) Dimensions HERS &R Parts
517 7 EE | OH Bl A pes R
in i i - s
Type Cat. No. Stock i'r\mlgér?; #DC 0 o5 L oDs |y s(n?r:zle)s o Applicable insert Clarp sorew|  Wreneh
p P
ALXM1020S20 | @ 1 20 | 35 | 75 | 110 | 20 15,000 REO%Z%:E%?M
ALXM2025525 | @ 2 | 25 | 50 | 75 | 125 | 25 40,000
L5447 | ALXM2028S25 | ® | 2 | 28 | 50 | 75 | 125 | 25 36,000 %{é"ﬁﬁfﬁ
Regular type X0GT1605C0PDOR R.ecommended ATS
ALXM2032S32 | @ 2 | 32 | 50 |100 | 150 | 32 33,000 e
ALXM2035S32 | @ | 2 | 35 | 50 |100 | 150 | 32 31,000 3.6N'm
ALXM3040S32 | @ 3 | 40 | 80 | 90 | 170 | 32 28,000

@ A—H—TEER Standard stockitems O TETEEERR Soon to be stocked
) 1 AFCFVTFHBAANTHEDE B, 2. 0—FRIRB.2MHEFVIZER I IHEE AMALHREI—FICR1.5FKZFCT.2mmZEBMILTLEE V.  SIREIHIRMIP.8-9%Z TSI EE L.
AJHIEE1,000m/minkl ETTERDBEF. 7—/ W RILF ZZHIARE T BER#H OO SV RS FRGE. SLUAICHEEL L.
Note) 1.All cutters are supplied without inserts.  2.Attention to use 3mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. 3.Please see page 8-9 for cutting conditions.
4.In case to use cutting speed over 1,000m/min, please adjust the arbor with the holder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors (JIS B 0905).
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QEVAS—AYREHLOEZEIA  Attention

EIaS5—AvR BDOFFEFD;ES Attention to mounting head and MSN / MGN shank holder

BEY 15—\ YRED{FIFFIE Tightening procedure SEEREETE NOTE

Wi&#R Cleaning 1. 28GRV IVRO— LR/ F EAFEALEE LN
EIAT AV F-IBEY I 7 —INEE—# (BULL | WTMLoEEsE s, -
l;za’._“jtj_\,yajﬁ_l (‘ IrﬁEEG_BOdyJ )@ﬁ%ﬁ%ﬁ%ljﬁ_lc Only use the torque control spanner wrench.

TERLIEEL. 2.2 (F (& st I AmICK oKD EEERS B THHDL
Remove dirt and chips with air from the connecting thread and shank holder. Efeié’t\:m the spanner wrench slowly during use.
@{R#FD Initial Tightening 8EYIS—AYRES— VBB v o7 —)\[THE—#)

FHHOICT. EIa5—\vRIEEREA—IVBE v+ I 7—IN (BULBRF—ILvv> 57—\ BEG-Body ) DliEE
[TEE—# (BULERF— L2+ o7 —/\[TBEG-Body )i | EESECRENBLICEE@ET L.
EDHEEDETRMEOLTLEE 0,

Tighten by hand until the head and the shank holder faces meet. BUYAR | RO LT —EfE W(mm)
@A#HD-F v Final Tightening T:Ar:gd ﬁghter:r:'\:?rq"e Sp:lne:;'ze
NULoaRO—JVAINFICTRENVIETH KD EOERE m :
BAMDLTLEEV BRIDEWN £ &R EE L, M12 20N:m 17
Tighten slowly with torque control spanner wrench and confirm thatthere is no gap. M16 25N-m 22, 26

¥R FFEI 15—~ REHICBAEL TBOF L A, BIEBRD TN,
GE) IRfEDE FITHmmEICFRRE D B DIRAETAMD I B & RUEBLDIRE T DEERMED HDFET . Modular heads are supplied without spanner wrench.

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

TBE—R(EY15—NYREA—ILEBIE v+ 07 —I\)ZEERD;EE Selection of "MSN Carbide shank holder"

NFEP16MMEBDEY1S—AYREERAT RIS,
HEEDTmmI EHEOHVWER—EZE=EL TLIEEL,
tIb<FDOHFHAFICKD. THE—EHIIET SEBIEHDHDET

In case of using modular head over ¢16mm, please select MSN carbide shank that diameter (¢D1) is
1mm or more smaller than modular head (¢Dc).
A wrong selection causes the carbide shank damage.

¢Dc—¢pD1=1mm TEE

| 1. U7 S5V 20.5mmil EHE

Clearance necessary
more than 0.5mm

TRE—fDEE: ¢DI

MSN carbide shank
neck diameter

.

EI215—\YROARE: ¢Dc
Modular head cutting diameter
PIb F&EET DD I—5 VM I7 TO—DERZEHELET,

Coolant or air blow is recommended to remove the chips.

|

A BRE(FDHKRILI~DEIDFFBFDESR caution for the mounting to shrink fit holder.

F—IVBREY v o7 —IN[TEE—8] EEI 15— "\YREREELDNIVI TERT BEE. EI1S5—NYRZEFTFL
C. [TEE—#& DI 7ZFEEFDH UL TEDFIFTTLIEEWV . NYROEDFIT (&, FEEFDHEICITOTIEE 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.

ENYREM FTeEFFREEDZEITOIENAYRPFVITDEFNCLKLIEDIENBDET

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



QEVa15—YR
Modular head type

IPDFvI\—

Line

.7—5‘/#7{19‘:& Through coolant hole
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Insert
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AERO-CHIPPER
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- e | T ~ti% (mm) Dimensions %“ngsi%_l%iﬁif% W5y _ gsg'i. Partf

Cat- No.  [Stock|N% % 6D | Lt |oDb | MD | W |, s([rjri]r:sle)speed Applicable insert g;;z;ib'v W"r;]’:h
MAL-1020-Mi10| ® | 1 | 20 | 35 [19.7|M10| 14 15,000 R
MAL-2025-M12| ® | 2 | 25 | 35 [24.1|m12| 17 40,000
MAL-2028-M12| ® | 2 | 28 | 35 [269|M12| 17 36,000 ';?,;’!ﬁ?fg

XOGT160500PDOR | o = | A-15

MAL-2032-M16| @ 2 | 32 | 43 |30.5|M16| 22 33,000 e
MAL-2035-M16| ® | 2 | 35 | 43 [32 |m16| 22 31,000 36Nm
MAL-3040-M16| ® | 3 | 40 | 43 [32 |m16| 26 28,000

@ A—F—TEFER Standard stockitems O ETEEER Soon to be stocked

3 1 ARCFVIFHBAALTHOE B Ao 2.0—7FR3, R 2MHEF VI HEA T DIHEF, AMALMHE I —F(CR1.5&FC1.2mmEBMIL T &L,
BEI2S—AYROHEEDN TNV 3P 47 TSRSV, 4IBEHISKHEP.8BLUP. 1 0ZTBRLEE L),

S.ETHEEE 1,000m/minil L TTERDBEE. 77—/ LRV ZZHICRET . BEERDHDE LV RTEFRCE. SRR ZE L,

Note) 1.All cutters are supplied without inserts. 2.Attention to use 3mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

3.Please see page 4 for recommended tightening torque. 4.Please see page 8 & 10 for cutting conditions.

5.In case to use cutting speed over 1,000m/min, please adjust the arbor with the holder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors (JIS B 0905).

1
Jcs118 65&/ A
.~ = .
E | A oimensons Wneoned | | PDeammg
A C T re Fz05 JC5118
XOGT160504PDFR G 21.0| 16 1.9 5 0.4 [ J -
XOGT160508PDFR G 209 | 16 2.1 5 0.8 [ J -
XOGT160512PDFR G 208 | 16 22 5 1.2 O -
XOGT160516PDFR G 20.7 | 16 24 5 1.6 (@) -
XOGT160520PDFR G 204 | 16 25 5 2 [ -
XOGT160530PDFR G 198 | 16 3.2 5 3 [ J =
XOGT160532PDFR G 196 | 16 3.4 5 32 [ J -
XOGT160504PDER G 21.0 | 16 1.9 5 0.4 = (@)
XOGT160508PDER G 209 | 16 2.1 5 0.8 - (@)
XOGT160512PDER G 208 | 16 22 5 1.2 = O
XOGT160516PDER G 20.7 | 16 2.4 5 1.6 - ©
XOGT160520PDER G 204 | 16 25 5 2 = ©
XOGT160530PDER G 198 | 16 3.2 5 3 - O
XOGT160532PDER G 196 | 16 3.4 5 3.2 — (@)

@ A—H—TEER Standard stockitems OTEATEEETR Soon to be stocked
1—21 Of@lbf?’o 10 inserts per case.
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Q TBE—Bl(Ev25—~vREF— BB v 5T —I0)
MSN Carbide shank holder (Through coolant hole)

BB

.Eﬁgx’]ﬂl For high productivity .b—iyl\ﬂﬁi Through coolant hole

BIURZIVIYIIF AT Endmil shank type

F—IN=%y7847 Taper neck
Q|

BARU—K7—I\5 AT Straight arbor type

B S|
et [
o1 |
L
[ ] 20| 80 195 — 6 |0.29 130 0.42
® | | 4000 ’ 0.39 18 | 190 | M10 0.62
() 40{100(18.5|0°43 0.39 240 0.89
° 70(130(195| — 0.50 150 220
® 25| 85|161 1854 0.90 20 | 190 | M10 | 0.78
° 90|150|195| - |m10| 4 |os0 250 1502
185 0.98
[ ] 90(150(18.5/0°19' 0.58 23 M12 —
265 1.42
[ ] 140/200(19.5| — 0.80
20 - 145 0.91
[ ] 140|200 |18.5|0°12 0.77 E—
A 25 215 M12 1.36
160|220 0.87 .
195 — — 285 1.80
[ ] 210|270 1.07 160 122
SN v 1053 28 | 230 | M16 1.77
[ ] 551120 0.72 310 241
@ | 32 100|180 235 4 161 157 161
() 105(170 M12| 6 |1.03 217 ]
] 32 M16 ﬁ
o o 135|215 G 5 1.30 287 294
[ ] 1551220 1.34 357 3.66
() 200|265 1,58 @:X—A—TEEEF Standard stock items
) EYIS—AVROEEESHIINULIIEP AZTBREE N,
. 25| 90 0.85 Note) Please see page 4 for recommended tightening torque.
o 55120 113 Q D TEEIG-Body (£vas5—~vkmzF—Lvvvs7—0)
[ ] 77|157 - 1.47 MGN G-Body steel shank holder
.EHU'T&D‘DWZ&IC{EH%G-BOM Adopted ultra-rigid and improved body durability “G-Body”.
. or|177 ﬂ [ DERI S E v Short type
Y 105/170 159 ORHEURINEVINTI . F TR0 < FFlifidr CdH T K DB HRICIE.
’ C:l%;/ \ij?h_vhytxl:ﬁﬁlnhr:krﬁG-BodyJ (RF=I2v2 ) EWRVNLET
. 117 197 1015, 188 ost-effective an Igh strength steel shank holder
) 127|207 - 1.89 G;Beay,
@® | 32(127(207|29 |1° [M16| 8 |2.23
[ ] 1551220 _ 2.04 EERREE *E[
o 177|257 2.32
[ ] 177|257 0°45’ 2.78
o 195|260 - 240
[ ] 197|277 0°45' 3.00
() 225|290 257
[ ] 245|310 - 2.74
() 295|360 3.17
.X—?J—EJEE.‘: Standard stock items
) EVIS—AVROESHITNLI ISP ARCBREE O,

Note) Please see page 4 for recommended tightening torque.

@ A—FH—TEEER Standard stockitems O3 EFEEERR Soon to be stocked

) 1.I70F v/ (—EHEEG-BodyiH SO EROYIEIRAE. P1ODRLEIHIEHREZDFFEA<IEE V.
2EIAS—AYROHEFNIMLIBP.AZTBRIEE W,
Note) 1.In case of using MAL combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 10).

2.Please see page 4 for recommended tightening torque.



M EH Cutting data

OF7 W=D LEGEDRTYREDAH I L Pocket milling for aluminum alloy

J—2$1580X600X760

Work size

BURBEILODUDOLTFHEHEREKX

ﬁi?:i% Result

Q=2,250cms/min, XEERE-INTEEbRF.
AERO-CHIPPER removed maximum Q=2,250cc/min.
Low spindle load and good surface finish.

@FF/EEDEAT—IHNT Titanium alloy (thin shape work)

ZHURE:100mm

Overhung length

65

BURBEILODUDLTFHEHEREX

mEEEEmTA

-
- 1

50

A )

1 300

AT DI FEFEYIAHRSaeld

WEI40=>20=>10=>58F LS €I T,

Q=32cm3/min, BRT—I THUUDIF B,
AERO-CHIPPER removed maximum Q=32cc/min.
No chattering on such thin shape work.

AERO-CHIPPER

HR Partname RyJ X Test piece
FANTAEAL Work At Vaterial A5052
#BLE Hardness -
F5& Tool No. ALX4050R-22
T8 Tool

F v TH5E Insert No.

XOGT160504PDFR (FZ05)

4 Cutting conditions

A4¥E Grade
EIE3EYE n 12,000 (min™)
Spindle speed
IHRE Ve 1,885 (m/min)
Cutting speed

KV )SEFE %

9,000 (mm/min)

Feed speed
1HHYDEVE | fz 0.19 (mm/t)
Feed
ap 5 (mm)
@e 50 (mm)
KA MEGTHH (48B4 7H)

J—Z>h Coolant

Water soluble (external)

{EFRE Machine HERSMC Horizontal MC
7 Partname ARZRHEERSR Aircraft parts
O T AR work #EIH Material Ti-6AI-4V
FES Hardness 41HRC
F5& Tool No. ALX5063R
T & Tool

F TR Insert No.

4 Cutting conditions

FARE Grade XOGT160508PDER (JC5118)
E$mEE | N 200 (min™)
Spindle speed
YIHERE Ve 40 (m/min)
Cutting speed

)R %

100 (mm/min)

Feed speed
1HLHIDHENE | fz 0.1 (mm/t)
Feed
ap 8 (mm)
Qe 40 (mm)

J—Z>h Coolant

KB MG E (5 8B 4G H)

Water soluble (external)

{EFAER Vachine

ALFMC Vertical MC
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VIITHROES

N
N
~
\

I Ramping

el

OBEEBEEHITIE Tool cutinglength |_=gp/tan®

EHLDERRR

1TPEST TR, — I H ) DE)BEBEIMIEFDO70%LITICL TSN,

2. F 5 AR E —HYUL)OE)EBE0.05mmEL T ICL TSN,
B.F L AREEXMIETo TS,

AUBIVINI Helical interpolation

Note:
*1. In case of ramping, apply 70% or less feed per tooth from full slotting.

e Attention for profile milling

W~ O | N|O|O

@ |00 |00 || 0|0 0|

*2. In case of titanium alloy, feed per tooth up to 0.05mm is recommended.
*3. In case of titanium alloy, recommended wet cutting.

$Dh

¢Dh
/
+
/|
I8f ¢Dc
Tool dia.
¢$dc

@V —JUINADEHTFE Calculation of tool pass dia.

¢dc = é#Dh — ¢Dc
W—)UIKRZ VANES TEE
Tool pass dia. Bore dia. Tool dia.
- BAINTRR Min. bore dia..pDh={¢pDc—re (A—FR) —0.3 (E7%4)4H) | X2
« B/VINTAZ Max. bore dia.:pDh={¢pDc—C (T4 /3—1g)+0.3(EH V45 )| x2
O—FAHDDYNHAFHFE HRAVIAHRE ApE A TENKSICLTLEE L,

Depth of cut per one circuit should not exceed max. depth of cut ap.

@Y—)L/\ADEESEIFST DY HYNIED I SREFEEDICL TLEE L,

Down cutting is recommended, so tool pass rotation should be counterclockwise.

15 9

46.8 48.6 13 11

52.8 546 12 10

60.8 62.6 11 10

66.8 68.6 11 11

76.8 78.6 10 10

96.8 98.6 10 10

122.8 124.6 10 10

ERLOEERE Note:

1. RPOAMIFEEI-FROADHZETT ZDMNDIA—FROFE I LR ERICLHHL TSN,

2AVAIVIN TG, — F L) DR BEFEMTEFO70%LLTICL T,

B FEERIE— TN DE)EZ0.06mmEL TICL TEEW,
4. 752 B2 EEXMITETo TS,

RUUZZANT prilling

fEA EDERHRIEA
TRV T oD I ELTITITHEVT LS,

2RI DT RS, #7536 ) SR BE A AR HE N HI SRR R DE0% LU T THIIL T<AE L,

*BRUVSTIIEHCIRGERL RV RUBBBEN BUET DT REICRTHEBL TSN,

*1. Min. & Max. bore dia. at this table is for R0.4, so in case of the other corner radius, please calculate Min. & Max. bore dia.
according to the above table for “Calculation of tool pass dia."

*2. In case of helical interpolation, apply 70% or less feed per tooth from full slotting.

*3. In case of titanium alloy, feed per tooth up to 0.05mm is recommended.

*4. In case of titanium alloy, recommended wet cutting.

Note:

*1. Do not continue ramping after drilling.
*2. In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
*3. Long consecutive chips may come out in case of drilling, confirm the safe condition sufficiently.



AERO-CHIPPER

ZY)HI R4 Recommended cutting conditions

0#\7’5’477541 Facemill type

£ - 2HURSE Overhung length  @p: §5AHES Depth of cut  @e : HIHINE Width of cut  n : TEBEHERE Spindle speed  VF: EDEEE Feed speed

#RALOEEEE

Note:
1. LRROHIRFE BB S SUT—TBIMICEU TREE N, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
UV RELHE G PAHREE ERHEL)HERL TR, HB VA EREE T TEBAESD, *2. In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed.
*BIBNHIOHE L. BEEE HLUE)RE L ERBED70%ICTF TS, *3. In case of full slotting, recommend to reduce the spindle speed and feed speed to 70% of above figures.
MRS aplE8mmIL T TEACEE LY, And, depth of cut ap up to 8mm is recommended.

0’/17‘/79477547\ End mill type

n: TEEEGEE Spindle speed  VF: 3RDIEE Feed speed  @p: YHAFHES Depthof cut  @e: HIHIIE Width of cut

FEALOEEHERE Note:
*1 .J:?E”Jfﬂﬁ”%ﬁ'—‘&mﬁ||1&1’5;0"7—?ﬁ|“‘£l5)7§[}'{§ﬂ¥<f:'éb‘a *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPRELHE I ARRSE ERBELVEEL LI, HBVVGETREE T CTERLESN, *2. In case of chatter occurring, recommend to reduce the depth of cut p or Spindle speed.
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o EIa15—"v FMALﬁ;'l'ﬁEE_ﬁy(’E‘"J"JE—'\‘JFFHZ’-)LEE’JV‘J?T’—I () MAL head type and MSN type carbide shank holder
WEDIRVEHID  Shouldering

WIEDLEWEHID  Shouldering

7 8 9,000 100 8
150 4 22 9,500 | 1,520 | 150 5 25 9,000 | 1,800 | 150 6 28 | 7,800 | 2,800
200 2 22 |8,000 | 800 | 200 3 25 7,200 | 1,000 | 200 4 28 | 6,400 | 1,500
90 7 22 600 96 | 100 8 25 545 87| 100 8 28 480 115
120 3 22 600 60 | 150 4 25 545 55| 150 3 28 480 72

£ : 3BHURS Overhung length - @p: Y3AGHRSE Depth of cut  @e: YIHINE Width of cut n: TEBEREE Spindle speed  Vf: IRDIRE Feed speed

WEYIHE] Slotting

6 6 9,000 8
150 3 9,500 | 1,900 | 150 4 9,000 | 1,800 | 150 5 7,800 | 3,510
200 2 8,000 1,280 | 200 2 7,200 | 1,150 | 200 3 6,400 | 1,920
90 8 500 80 | 100 8 450 72| 100 8 400 96
120 4 500 60 | 120 4 450 54 | 150 4 400 72
£ 2HURS Overhung length  @p : Y5AKES Depthof cut 1 : TEEERHEE Spindle speed  Vi: EXDEE Feed speed
FEALNEESEE Note:
“1. LR OLIEIS A AR B LU0 — VB ICIEU TRE SV, *1. The figure to be adjusted according to the machine rigidity or work rigidity.

UV RELLISE G TIAAREIE EBHEL) ORI TR, $B VA EEE T TERALES, *2. In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed.
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IDIJET INDUSTRIAL CO., LTD. (Europe)
Unit 2 Mundells Court, Welwyn Garden City, Herts AL7 1EN, England
Phone. 44-1707-325444  Fax. 44-1707-330197

IDIJET 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

IDIJET 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

IDIJET 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
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IDIJET 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

IDIJET 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

IDIJET 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
IDIJET Incorporated (U.S.A.)

45807 Helm Street, Plymouth, MI 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.

http://www.dijet.co.jp

O EfHRI. tARDI

SHFELBLEEIT B EN'HIET . Specification shall be changed without notice.

AR5TIE

VIR
BiiH > AUERE
AL

VA

FSC

VEGETABLE
e: ©IL INK
wiscog  FSC® C012257 130430.TS.A3






