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Indexable End Mill SEC type
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The multi-purpose indexable end mill for intelligent milling in all directions.
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. Ramping, plunge milling, copy milling and also drilling capability.
. Excellent performance in open and closed slotting, facing and cavity milling.
. Large depth of cut and low cutting forces at higher feed rates for high productivity.
. Secure cutter geometry, insert geometry and grades combined for optinum solutions
in any operation.
. Polished inserts for Aluminum series expansion.
. Available now large size 40mm and 50mm dia. Large size inserts version series expansion.
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Versatility of "SUPER END-CHIPPER"
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No. of inserts _‘r 'f(mm) Ses ’Ilrll\serts l:lPart;:":l
ﬁ; § EE s | S %Eeur?tﬁrz? I’se’:ir.mﬁh(??;:ll gaﬁwggg?el;v Vljr;g;]
Cat. No. Stock (sLim SXbDc) 4 | 41 42| L |oDs| . R
Central | Peripheral ' &
SECM1616S16 [ 16 |16 | — | 50 |130| 16 |ZDMTO8T208LO |ZPMT09T208RO |TSW-2250| A-07SD
SECM2021S20 () 20 121 | — | 55 |130| 20 |ZDMT100308LO |ZCMT100308RCO |ESW-206 | A-08SD
SECM2121S20 o 21 |21 — | 35 [130| 20 |zZDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD
SECM2427S25 [ J 24 |27 | — | 60 | 140 | 25 |ZDMT13T30OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECM2527S25 o 25 |27 | — | 60 | 140| 25 |ZDMT13T30OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECM2627S25 o 1 3 26 |27 | — | 40 | 140 | 25 |ZDMT13T3OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECM3034S832 o 30 345 — | 70 150 | 32 |ZPMT150408LO |ZPMT160408RC |TSW-408 | A-15
SECM3234S832 o 32 1345 — | 70 |150| 32 |ZPMT160400LO |ZPMT160400RO|TSW-408 | A-15
SECM3334S832 o 33 [345 — | 50 150 | 32 |ZPMT160400LO|ZPMT160400ORO|TSW-408 | A-15
SECM3540832 o 35 40 | — | 60 |160| 32 |ZPMT180500L |ZPMT170500R |DSW-4510H| A-20SD
SECM4040S832 [ ] 40 (40 | — | 60 | 160 | 32 |ZPMT200500L |ZPMT170500R |DSW-4510H| A-20SD
SECM5050842 o 1 5 |50 |50 | — | 70 [170| 42 |ZPMT180500L |ZPMT170500R |DSW-4510H| A-20SD
12. ;E§L3§{R;§€J¥;§§éz%;&%@;‘2&%5‘5%&53—7’[&1 SFERFCT.2mmZEBIITULTLEE L, s CUtng copditons
Note) 1. All cutters are supplied without inserts. ISV TRURHE | #EMNVI(N-m) IS5V TRUEE ?Eigl*llﬂ(N m)
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. ?;w;;r;g 05 florgia) 'I'Cslzlﬂpzlilcsmw X lorqte
Enss\‘l'vl-zus 0.9 DSW-4510H 6.0
. -307 1.4
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Cat. No Stock | 7Tim E Q
Central | Peripheral ®Dc £ | 41|42 L |@Ds ( & %
SECML1616S15 o 16 (16 — | 30 | 150 | 15 |ZDMTO08T208LO |ZPMTO9T208RO |TSW-2250| A-07SD
SECML1616S16 () 16 (16 | — | 65 |150| 16 |ZDMT08T208LO |ZPMT0O9T208RC |TSW-2250| A-07SD
SECML2021S20 o 20 |21 — | 65 | 150 | 20 |ZDMT100308LO |ZCMT100308RC |ESW-206 | A-08SD
SECML2121S20 () 21 |21 — | 35 | 150 | 20 |zDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD
SECML2427S25 o 1 3 24 |27 — | 70 [180| 25 |zZDMT13T3OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECML2527S25 o 25 (27 — | 70 [180| 25 |ZDMT13T3OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECML2627S25 o 26 |27 — | 40 [180| 25 |zZDMT13T3OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECML3234S32 () 32 1345 — | 80 |190| 32 |ZPMT160400LO|ZPMT160400RO|TSW-408 | A-15
SECML3334S32 () 33 1345 — | 50 |190| 32 |ZPMT160400LO|ZPMT160400RO|TSW-408 | A-15
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2. J—7FR3.0.R3.2(FEF v T = ER T 215G F AASEHIBI—F(CR1.5FK/FC1.2mmZEBIIUL T ZE L,

Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.
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No. of inserts _’r ’f(mm) DITESTE lllFl\serts l:IPartg":I
2 i = SUIRL| LyF
ﬁ’ § EE P f’:)EeJr?tﬁrZ\IJ Fﬁmﬂhzgll ga?nﬁsg?el.\;v Wr;mh
Cat. No. Stock | 7CUm B P
Central |Peripheral ¢Dc 2181 2821 ¢Ds | &
SECL1616S15 [ J 16 |16 | — | 30|180| 15 |ZDMTO8T208LO |ZPMTO9T208RO |TSW-2250| A-07SD
SECL1616S16 o 16 (16 | — | 75|180| 16 |ZDMT08T208LO |ZPMTO9T208RO [TSW-2250| A-07SD
SECL2021S20 @ 20 121 | — | 75|185| 20 |zDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD
SECL2121S20 o 21 | 21 — | 35|185| 20 |ZDMT100308LO |ZCMT100308RO |ESW-206 | A-08SD
SECL2427S25 o 24 |27 | — | 75(220| 25 |ZDMT13T30OOLO|ZPMT13T3OORO|[DSW-307 | A-10
SECL2527S25 () 1 3 25 (27 | — | 75|220| 25 |ZDMT13T30OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECL2627S25 [ ] 26 |27 | — | 40|220| 25 |ZDMT13T30OOLO|ZPMT13T3OORO|DSW-307 | A-10
SECL3034S32 o 30 [345 — |[100| 180 | 32 |ZPMT150408LO |ZPMT160408RO |TSW-408 | A-15
SECL3234S832 o 32 345 — | 90|230| 32 |ZPMT160400LO|ZPMT160400RO|TSW-408 | A-15
SECL3334S832 () 33 [345| — | 50230 32 |ZPMT160400LO |ZPMT160400RO|TSW-408 | A-15
SECL3540832 @ 35 140 | — | 60|230| 32 |zPMT180500L |ZPMT170500R |DSW-4510H| A-20SD
SECL4040832 () 40 (40 | — | 60240 32 |ZPMT200500L [ZPMT170500R |DSW-4510H| A-20SD
SECL5050842 @ 1 5 |50 |50 | — | 701|250 | 42 |zPMT180500L |ZPMT170500R |DSW-4510H| A-20SD

) 1. LI IEF VT EHHAATHNE R Ao

2. O—7FR3.0.R3.2(FEF v T = ER T 2HEE AMASEHEBI—FCR1.5F2FCT1.2mmZEBIIUL T ZE L,

HJEISR{F Cutting conditions @Y =]

Note) 1. All cutters are supplied without inserts. IS5V TRUE | #ENLI (N-m)
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. Clamp screw L torque
TSW-2250 06
ESW-206 09
DSW-307 1.4
TSW-408 3.1
DSW-4510H 6.0
‘a P ) B A sPe L2 Extra Long type
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No. of inserts __I' lﬁ(mm) DAt Ilnser‘[s I:IParts
- i K AN 9377080 LYF
£ & £E R %Eeir?tﬁral l—‘itipﬁheral Cla?np Screw| Wrench
Cat. No. Stock \FEmAITVES \ e g | g1 42| L |¢Ds| )
Central |Peripheral 3 & Y
&3 <3
SECEL2627S25 [ J 26 27 | — | 40 |250| 25 |ZDMT13T3OOLO|ZPMT13T3OORO| DSW-307 |  A-10
SECXL2627S825 () 1 3 26 27 | — | 40 | 300| 25 |ZDMT13T3OOLO|ZPMT13T3OORO| DSW-307 |  A-10
SECEL3334S32 () 33 (345 — | 50 | 300 | 32 |ZPMT160400LO|ZPMT160400RO| TSW-408 |  A-15
SECXL3334832 o 33 [345| — | 50 | 350 | 32 |ZPMT160400LO|ZPMT160400RO| TSW-408 | A-15

E) 1. LS ICF Y T EHEAALTHIFEE Ao

L) ES LM 17~18, 21~—3

2. J—7FR3.0.R3.2(4FF v FZFEA T DIHEF AAFFIHIBI—FICR1.5F 2 (FC1.2mmZEEBI LU TS L,
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

U5V TRURE

Clamp screw

#ENLI (N-m)

Recommended torque

DSW-307

1.4

TSW-408

3.1
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MMM ERAGIDZI2) MT Shank type
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MT. No.
L
MT. No
|
—
BRFVIB] « ; s RISF v T B
No. of inserts o (mm) Dimensions ,Ila\serts I:lPartslf":I
2 1 X &N 957780 LYF
ﬁ/ § EE - %ilr?:[ﬁral F?Z:tipnheral Cla?ngScrew Wr;wh Fig
Cat. No. Stock | S| SVEX | yHel g | g1 92| L dDs : “ .
Central |Peripheral MT. No. I\ @ i & /* /
= R
SEC-20150-MT4 [ J 20//21 | 70 | 150 | 259 [MT4[zDMT100308LO |ZCMT100308RO | ESW-206 | A-08SD | 1
SEC-25120-MT4 (J 1 3 | 25|27 | — | 120229 |MT4|zoMT13T300L0|ZPMT13T300R0| DSW-307 | A-10 2
SEC-32150-MT4 L 32 [34.5 — 150 | 259 | MT4|zPMT160400L0|ZPMT160400R0| TSW-408 | A-15 2

E) 1. KL ICF Y T AL THIFE R Ao
2. A—7FR3.0.R3.2(EF v FZEAT 2HEE. AMEFKIME J—FICR1.5K/(FC1.2mmZEENM U TLZE L,

DR Cutting conditions @S

Note) 1. All cutters are supplied without inserts. IS5V TRUKE | #ENLI (N-m)
2. Attention to use 3.0mm or 3.2mm corner radius; Body mjist be modified to 1.5mm radius or 1.2mm chamfer at corner. BlampisnieY i KOi0E
ESW-206 0.9
DSW-307 1.4
TSW-408 3.1
J o ) I ACEIN PR P2, AN Weldon shank type
— 1 BEs
L
ERFYTH =+ 3 o InFv T 5 m
No. of inserts _‘r 'i(mm) DA llnserts I:lPalrtls:":I
2 SEimX AN 937780 LYF
ﬂ’ § EE s | S Celr?tﬁral I’yetmﬁheral Cla?np Screw| Wrench
Cat. No. Stock |7cim SYeDc) 4 | 41| 42| L ¢Ds ) B
Central |Peripheral 3 & N
3 55
SEC-25040-W25 /| @ 25 |27 | 40 | 84 140 25 |ZDMT13T300LO|ZPMT13T3OORO| DSW-307 |  A-10
SEC-25075-W25 [ 1 3 25 (27 | 75 (164|220 | 25 |ZDMT13T3OOLO|ZPMT13T3OORO| DSW-307 |  A-10
SEC-32050-W32/ | @ 32 [34.5| 50 | 90150 | 32 [ZPMT160400LO|ZPMT160400RO| TSW-408 |  A-15
SEC-32090-W32 [ 32 (34.5| 90 |170 | 230 | 32 |ZPMT160400LO|ZPMT160400RO| TSW-408 | A-15

) 1. NI IEFv T EHBAATHNE R Ao

HIHISR{E Cutting conditions @ ASE- ]

2. D—FR3.0.R3.2(JEF v I =AY BHE(E. AMASIRE I—F ICR1.5F/2FC1.2mmZEEN UL T ZE W,

Note) 1. All cutters are sypplied without inserts. 75"/77(3Uﬂ2§ ?nﬁﬁ ~LZ (N-m)
2. Attention to use/3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. C;rs"";’s;:;’;” ! o I
TSW-408 3.1
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TYPE =3I /\{Tju hrough coolant hole [ 4 '
EHID (@R JEHID Ry NINT BHEIINT
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~ 52§(mm) Dimensions ;(qj,"tl‘\a:\yj’ > ngnLli% Pla/rts5c
A ) . 5) - >
& 1£REE| I Applicable inserts e e

Cat. No. Stock iﬂgéf(g ¢Dc | Z Lf |¢Db| MD | W “OEE @ /
S Y

FeimA: ZDMT08T208LO
16 | 8 | 23 148 Ms | 12 |ZHZDMICSTZOBLO |7sw-2250 A-075D

20 9 30 | 18.7 M10 | 14 se330: ZDMT100308LO ESW-206 | A-08SD

21 | 9 | 30 19.6 Mi0| 14 |VEX:ZCMTI00308RO |eq\vo0s | A-08SD

MEC-2016-M8
MEC-2020-M10
MEC-2021-M10
MEC-2024-M12
MEC-2025-M12
MEC-2026-M12
MEC-2030-M16
MEC-2032-M16
MEC-2033-M16
MEC-2035-M16 | ® | 2 | 35 | 155 43 |32 |Mi6 | 26 |FEDIOMIIB0SCCL Ipsigsion A-20SD

24 125 35 | 222 M12| 17 DSW-307 | A-10

FeimX): ZDMT13T30O0LO
SHER: ZPMT13T3OORO

26 | 125 | 35 | 241 | M12 | 17 DSW-307 | A-10

25 | 125 35 | 23.2  M12| 17 DSW-307 | A-10

SeimX): ZPMT150408LO
30 |15 43 | 282 M16| 22 AR ZPMT160408RO TSW-408 | A-15

32 |15 43 | 30.2 M16 | 22 se5%3: ZPMT160400LO TSW-408 | A-15

33 15 | 43 |31 | Mi6| 22 |MVEFZPMTI60400RO| o 408 | A-15

® &6 &6 6 o6 o o o o
(CENIN CRN SRR GO CRR Y RN CRR N CIN I )

) 1. RV EF v FREFAALTHIER Ao BEESRHLIES 77—\ Arbor QA NS
2. J—FR3.0.R3.2{FEF VI ZERT BHEF, AMASTIHEE I —F(CR1.5FFC1.2mmZEBITLTLIZEW,
3. EVAS—AYROHEEFHHT NI BP.6ET BRIV, BSR4 Cutting conditions
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner. ISV TRUEE | #EMLI (N-m)
3. Please see page 6 for recommended tightening torque. Clamp screw ! L
TSW-2250 0.6
ESW-206 0.9
DSW-307 1.4
TSW-408 31
DSW-4510H 6.0

6 [ @ | X—AH—7EEEM Standard stock items O :EBTEEES Soon to be stocked O TEENFLIEDREFEE Soon to be deleted
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EYa1S—AYREREDFEEIE LT

AEI21S5—AyRED{FFIFD;EE Attention to mounting head and MSN/ MGN shank holder.

EIAS—AYFHODFMIIFIE Tightening procedure
D) & cleaning
ZZ‘JE}:L\‘WI\‘\Z—Jb#ﬁﬁﬁ’/ﬁ‘/ﬂ?—/\“ﬁﬁ@—ﬁﬂj (BUKRERF =LY+ I7—/\[TBEIG-Bodyl) DfifEEs%ZE L7 —(CT
sg?'r?’né\r;;irt ;nd chips with air from the connecting thread and shank holder.
[@)] {m#Esh nitial Tightening

FMOICT. EV1S—AYRNHEEA —IVBEY v+ I 7 —/N[MBE—H] (B UKERF =L+ I7—/\[TBEIG-Body)) itE
EEBF CRMDOL TSN,
Tighten by hand until the head and the shank holder faces meet.

6] &@sh+F T w4 Final Tightening

MLZ3VRO—)LANF[CTHRENVIETH K EEERE BARH U TLIZE WV BREN RN EZH#ER<EE LY,
Tighten slowly with torque control spanner wrench and confirm that there is no gap.

() (o 9 ICIREICRRRN S HIRBTHMD TS5 & RUELVIRE T 3ERENBUET

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

A\ EEEE RCUAX | @HTNLS | —@E Winm
1. RINF @MV AVRO— LR/ B UL BZAR/F(DSTA ) Thread Tightening Torque Spanner size
S EREEVWITNULIEZSRLIEE W), M8 16N-m 10, 12
2. ZINF &, I RIS < W EEERS B TARHEE L, M10 16N-m 14,15
3. EV2S—AYREF —ViBEY v 07—\ [TEE—&] (B UL I3 M12 20N*m 17
2F =LY+ 07 —/NTBEG-Body)) DIEZBESET. B M16 25N*m 22,26
BTGV RS IEE L, )1, RVFREI 15— AYRKHICRIBLTHIE A, FEBERHIEE1,
Note) 1. Only use the torque control spanner wrench or 2. ZEBW=12GEISIR) DEI1S5—AYRCOEFL TR,
DIJET DS type spanner wrench. BERR/INFDS-12ZZHBLTHEUE T,
2. Please turn the spanner wrench slowly during use. Note) 1. Modular heads are supplied without spanner wrench.
k 3. Please confirm that there is no gap. 2. Y¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches. )

A TEE—RB(EY15—AYRAF—IBEY+YI7—N) BERD;ES Selection of "MSN Carbide shank holder"

NEG16EBDEY 15— AYREFEAT SIESE AESV TmMmLL EEEOMVEE—RZEBEL TS,
P T DD FHAFHIC KL TBE—EH IS T BERHIHIFET
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—dpD1Z=1mm TEE
JUFPS5V20.5mmBl_EHE

Clearance necessary
more than 0.5mm

TEE—BOER: ¢D1 |
MSN carbide shank
neck diameter

PV T ERETZEH. I-SVMIF7TO0—-D
ERZHRELEFT.

Coolant or air blow is recommended to remove the chips.

EJaAS5—AYROIE: ¢Dc
Modular head cutting diameter !

A BREEDHRIVI ~DE){FIFEFD;EE  Caution for the mounting to shrink fit holder.

F—IViBEY v I 7 —IN[TEE—# EEV 15— AYRZFEEEDHINILI TERT BEE. EV15—AvRZR> I LT, [TRE—&] D
ZHRERFHUTRIMIFTREEWV . AYRDERWFFE GEEFDEITIT>TIRE 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.

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




Super End-Chipper imixase aasn sec s

| NG R N B |0 T DR b A9N MSN Carbide shank holder

_ TYPE .

QB

\ )

R
A PD2: H—5 NTUR
Fig.2 s Coolant hole dia.
2 - Q
7 {1

L 21 on"t ‘

L
5 E o ~  ;E(mm) Dimensions 8 (k) -

Cat. No. Stock ¢Ds 21 L OD1 on’ MD oD2 Weight

MSN-M8-20-S16C ® 16 20 75 15.5 — 0.17 1
MSN-M8-40-S16C ® 16 40 95 15.5 — 0.22 1
@ MSN-M8-40T-S20C ® 20 40 100 145 | 3°30’ 0.36 2
@MSN-M8-77T-S20C ® 20 77 143 14.5 1°45" | M8 4 0.49 2
MSN-M8-80-S16C O 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C O 16 120 175 15.5 — 0.42 1
@ MSN-M8-152-S16C ® 16 152 207 15.5 — 0.51 1
MSN-M10-20-S20C ® 20 20 80 19.5 — 6 0.29 1
MSN-M10-40-S20C O 20 40 100 19.5 — 0.39 1
MSN-M10-40T-S20C () 20 40 100 18.5 | 0°43’ 0.39 2
MSN-M10-70-S20C ) 20 70 130 19.5 — 0.50 1
@MSN-M10-85T-S25C ) 25 85 161 18.5 2° 0.90 2
MSN-M10-90-S20C o 20 90 150 19.5 — M10 4 0.60 1
MSN-M10-90T-S20C ® 20 90 150 185 | 0°19’ 0.58 2
MSN-M10-140-S20C ® 20 140 200 19.5 — 0.80 1
MSN-M10-140T-S20C ® 20 140 200 185 | 0°12’ 0.77 2
@MSN-M10-160-S20C ® 20 160 220 19.5 - 0.87 1
@ MSN-M10-210-S20C ® 20 210 270 19.5 — 1.07 1
MSN-M12-25-S25C ® 25 25 90 24 — 0.53 1
MSN-M12-55-S25C o 25 55 120 24 — 0.72 1
@ MSN-M12-100T-S32C ® 32 100 180 23.5 2° 1.61 2
MSN-M12-105-S25C ® 25 105 170 24 — M12 6 1.03 1
@ MSN-M12-135-S25C ® 25 135 215 24 — 1.30 1
MSN-M12-155-S25C ® 25 155 220 24 — 1.34 1
@ MSN-M12-200-S25C ® 25 200 265 24 — 1.58 1
MSN-M16-25-S32C ® 32 25 90 29 — 0.85 1
MSN-M16-55-S32C O 32 55 120 29 — 1.13 1
@MSN-M16-77-832C ° 32 77 157 29 — 1.47 1
@ MSN-M16-97-S32C M 32 97 177 29 — 1.64 1
MSN-M16-105-S32C o 32 105 170 29 — 1.59 1
@MSN-M16-117T-S32C ° 32 117 197 29 0°38’ 1.88 2
@ MSN-M16-127-S32C ) 32 127 207 29 — 1.89 1
@MSN-M16-127T-S32C ® 32 127 207 29 0°30" | 116 8 2.23 2
MSN-M16-155-832C ® 32 155 220 29 — 2.04 1
@MSN-M16-177-S32C ® 32 177 257 29 - 2.32 1
@MSN-M16-177T-S32C o 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-832C o 32 195 260 29 — 2.40 1
@MSN-M16-197T-S32C o 32 197 277 29 0°23’ 3.00 2
MSN-M16-225-S32C o 32 225 290 29 — 2.57 1
MSN-M16-245-S32C ® 32 245 310 29 — 2.74 1
MSN-M16-295-S32C o 32 295 360 29 — 3.17 1

) BV 1S —AYROHEEFHFFNLIEP.6ZTSRBRLIEE 0, Note) Please see page 6 for recommended tightening torque.

o [ @ : X—A—7EEEfm Standard stock items O : iEEFEER Soon to be stocked O : FEENFLIEDREEFEE Soon to be deleted




MSN

TEE—# (EV215—~v RBA—IVEBEY v+~ 5 7—/\)
TYPE SHEZENN IR Forhigh productivity

// DIJET

MSN Carbide shank holder

B~

' ' — "

T ——

Ea) e— -

% OD2: —Z>/ KjUE Coolant hole dia.
I o
‘ ©
B E e ~  3E(mm) Dimensions 8 (k)
Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M8-97S-815C [ 97 0.21
MSN-M8-147S-815C [ 15 147 M8 4 0.33
@ MSN-M8-197S-S15C [ 197 0.44
MSN-M8-107S-S16C [ 16 107 Ve . 0.27
MSN-M8-157S-S16C ° 157 0.40
MSN-M10-130S-S18C [ 130 0.42
MSN-M10-190S-S18C [ 18 190 M10 4 0.62
@ MSN-M10-2408-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-S23C [ 185 0.98
23 M12 6
MSN-M12-265S-S23C [ 265 1.42
@ MSN-M12-185S-S24C ° 04 185 V12 6 1.07
@ MSN-M12-265S-S24C [ 265 1.54
MSN-M12-145S-$25C o 145 0.91
MSN-M12-2158-S25C [ 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-S28C [ 310 2.41
MSN-M16-157S-832C [ 157 1.61
MSN-M16-217S-832C [ 217 2.22
32 M16 8

MSN-M16-287S-$32C [ 287 2.94
MSN-M16-357S-832C [ 357 3.66

&) VIS —AYROHERHLINLIEP.6ZTBRIIEE N,

Note) Please see page 6 for recommended tightening torque.

@ | X—H—7EER Standard stock items

O ! iEB7EEER Soon to be stocked

O FEENFIEDREEFEE Soon to be deleted

O




Super End-Chipper imixase aasn sec s

MGN MiE G-Body (£Va5—~yRARF LY +o7—/\) EULLKI RS CEESEL LG
TYPE
)/ @SN DA MICENSDG-Body @¥a—hIALF
&) (GiBody] ezitLE g T PRI TEDYIN< T = 3o & BHIBHIEIIE.
AZNNT A= Y A [CHBNEEG-Body (RF — LY+ 7) BBV UET .

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

% oD2: U —Z>/ hjUE Coolant hole dia.

‘CDDS h6

21 |
L
IR 2954 T Endmill shank type
o~ sE&(mm) Dimensi

¥ o= i Elt DL BB (q)

Cat. No. Stock ¢Ds 01 L oD1 On° MD oD2 Weight
MGN-M8-17-S16 ([ J 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 o 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 { ] 25 35 105 24 — M12 4 0.36
MGN-M12-85-S25 ([ J 25 85 165 24 = M12 4 0.57
MGN-M16-37-S32 { ] 32 37 107 29 — M16 6 0.56
MGN-M16-77-S32 (] 32 77 157 29 = M16 6 0.83

) 1. BV 2S5 —AYRETEEG-BodyfiH SO BIFDEIHEISRME. P.22, P.36~38DIEEYHIRHRZZDFFEAIEE L,
2. EVAS—AYROHEMTIFNVIIFP.6ZTSRIEE L,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 22, 36—-38).
2. Please see page 6 for recommended tightening torque.

THEVEICEBN oEE S+ REOGNUIEIC KXY, REES65HRCL EEFEEN DAERICESFRAIET. A5 Fm
AMS ST T ESFMHERFRMITEE30% U L7 v, BEGII TRFICORNZFRIBELF T,
G_B@dy T5IC. PIULKTDBE. BOFERIHTINROBIET,
| 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.

0 [ @ | X—AH—7EEEM Standard stock items O :EBTEEES Soon to be stocked O TEENFLIEDREFEE Soon to be deleted




// DIJET

1| et 7 W T R s )M MSA Arbor integrated carbide shank
TYPE X O—5RNifiE Through coolanthole %1@ %
>

L
@ QB v>0)
(Carbide shank) 21
| A B BT No.
8 g -
t
e KW, R
D)
BT v2/9 %A BT shank type
& TRE ~F 3&(mm) Dimensions S8 (kg)
S Stock | g ameam) | 01 92 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 RS 25 80 22 105 15 M8 32 BT40 14
MSA-M8-130-50-BT40 50 80 22 130 15 M8 32 BT40 1.4
MSA-M8-155-75-BT40 75 80 22 155 15 M8 32 BT40 1.5
MSA-M8-165-85-BT40 85 80 22 165 15 M8 32 BT40 1.5

MSA-M10-125-25-BT40
MSA-M10-150-50-BT40
MSA-M10-175-75-BT40
MSA-M10-200-100-BT40
MSA-M12-125-25-BT40
MSA-M12-150-50-BT40
MSA-M12-175-75-BT40
MSA-M12-200-100-BT40

25 100 42 125 19 M10 38 BT40 1.8
50 100 42 150 19 M10 38 BT40 1.9
75 100 42 175 19 M10 38 BT40 2.0
100 100 42 200 19 M10 38 BT40 2.0
25 100 42 125 24 M12 45 BT40 2.0
50 100 42 150 24 M12 45 BT40 2.1
75 100 42 175 24 M12 45 BT40 2.3
100 100 42 200 24 M12 45 BT40 2.4

MSA-M8-120-25-BT50 25 95 22 120 15 M8 32 BT50 4.0
MSA-M8-145-50-BT50 50 95 22 145 15 M8 32 BT50 4.0
MSA-M8-170-75-BT50 75 95 22 170 15 M8 32 BT50 4.1

MSA-M8-180-85-BT50
MSA-M10-140-25-BT50
MSA-M10-165-50-BT50
MSA-M10-190-75-BT50
MSA-M10-215-100-BT50
MSA-M12-140-25-BT50
MSA-M12-165-50-BT50
MSA-M12-190-75-BT50
MSA-M12-215-100-BT50
MSA-M12-240-125-BT50
MSA-M16-140-25-BT50
MSA-M16-165-50-BT50

85 95 22 180 15 M8 32 BT50 4.1
25 115 42 140 19 M10 38 BT50 4.3
50 115 42 165 19 M10 38 BT50 4.4
75 115 42 190 19 M10 38 BT50 4.5
100 115 42 215 19 M10 38 BT50 4.5
25 115 42 140 24 M12 45 BT50 4.6
50 115 42 165 24 M12 45 BT50 4.7
75 115 42 190 24 M12 45 BT50 4.9
100 115 42 215 24 M12 45 BT50 5.0
125 115 42 240 24 M12 45 BT50 5.2
25 115 42 140 29 M16 54 BT50 54
50 115 42 165 29 M16 54 BT50 5.6
MSA-M16-190-75-BT50 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

) 1. BEVAS—AYREBE—HMEHED B ROEIHIRAE. P.22,P.36~380D Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
EETHIRGREZDFFBEAES L, cutting conditions sheet (see page 22 and 36— 38).
2. EVaS—AYROHREHFFNILIFP.6ZETBIRLIIZE L, 2. Please see page 6 for recommended tightening torque.
3. FWARIYRERBLTBIUER A, 3. MSA arbor is supplied without pull studs.

@ | X—AH—7EER Standard stock items O :5EH7EEER Soon to be stocked O EENELIEDREFEE Soon to be deleted ¥ D SEFLEER Made to order ] @




A=){=IOFFw/(—~

S U Q er E n d = Ch I QQ e r Indexable End Mill SEC type
=1 e 7 WG R R it )M MSA Arbor integrated carbide shank
TYPE |

=52 RJUTFZE Through coolanthole M S HESENNTA For high productivity )/
L A —

Q@BEv>7)
(Carbide shank) 21

5 022 T HSK No.
~ i |
Ql ‘ Uj :

‘ @ "_'_'_Il;ﬁ

J—ZKF K Coolant duct ]

D1

HSK 24279494 HSK shank type

E & == ~  j&(mm) Dimensions S (kg)

at. No. Stock | g cammsm) | 01 02 L ¢D1 | MD | ¢D2 |HSK No.| ‘Weioht
MSA-M8-105-25-A63 % 25 80 | 22 | 105 | 15 M8 | 32 | A63 | 1.3
MSA-M8-130-50-A63 50 80 | 22 | 130 | 15 M8 | 32 | A63 | 1.3
MSA-M8-155-75-A63 75 80 | 22 | 155 | 15 M8 | 32 | A63 | 1.4
MSA-M8-165-85-A63 85 80 | 22 | 165 | 15 M8 | 32 | A63 | 1.4

MSA-M10-125-25-A63
MSA-M10-150-50-A63
MSA-M10-175-75-A63
MSA-M10-200-100-A63
MSA-M12-125-25-A63
MSA-M12-150-50-A63
MSA-M12-175-75-A63
MSA-M12-200-100-A63

25 100 42 125 19 M10 38 AB3 1.6
50 100 42 150 19 M10 38 AB3 1.7
75 100 42 175 19 M10 38 AB3 1.8
100 100 42 200 19 M10 38 ABG3 1.8
25 100 42 125 24 M12 45 AB3 1.9
50 100 42 150 24 M12 45 AB3 2.0
75 100 42 175 24 M12 45 AB3 2.2
100 100 42 200 24 M12 45 AB3 2.3

MSA-M8-120-25-A100 25 95 22 120 15 M8 32 A100 2.6
MSA-M8-145-50-A100 50 95 22 145 15 M8 32 A100 2.6
MSA-M8-170-75-A100 75 95 22 170 15 M8 32 A100 2.7

MSA-M8-180-85-A100
MSA-M10-140-25-A100
MSA-M10-165-50-A100
MSA-M10-190-75-A100
MSA-M10-215-100-A100
MSA-M12-140-25-A100
MSA-M12-165-50-A100
MSA-M12-190-75-A100
MSA-M12-215-100-A100
MSA-M12-240-125-A100
MSA-M16-140-25-A100
MSA-M16-165-50-A100

85 95 22 180 15 M8 32 A100 2.7
25 115 42 140 19 M10 38 A100 3.1
50 115 42 165 19 M10 38 A100 3.2
75 115 42 190 19 M10 38 A100 3.3
100 115 42 215 19 M10 38 A100 3.3
25 115 42 140 24 M12 45 A100 3.4
50 115 42 165 24 M12 45 A100 3.5
75 115 42 190 24 M12 45 A100 3.7
100 115 42 215 24 M12 45 A100 3.8
125 115 42 240 24 M12 45 A100 4.0
25 115 42 140 29 M16 54 A100 4.1
50 115 42 165 29 M16 54 A100 4.3
MSA-M16-190-75-A100 75 115 42 190 29 M16 54 A100 4.5
MSA-M16-215-100-A100 100 115 42 215 29 M16 54 A100 4.7
MSA-M16-240-125-A100 x 125 115 42 240 29 M16 54 A100 4.9

) 1. BV 1S —AYREBE—HMEHEDEROEIEIZRAF. P.22,P.36~38D Note) 1. In case of using modular head combined with MSA arbor, apply the recommended
REYHIRMRZZDFFEA<IEE 0. cutting conditions sheet (see page 22 and 36-38).
2. EV2S—AYROHEMIFNILIFP.6ZETBIRLIIZE L, 2. Please see page 6 for recommended tightening torque.
3. FWRIYREBLTBIER A 3. MSA arbor is supplied without pull studs.

m [ @ : X—H—7EEM Standard stock items O :3EHTEEER Soon to be stocked O EENIFLIEDREEFES  Soon to be deleted L SSEAEEER Made to order




// DIJET

E\ Fig.1 5EimX

Inserts ZIWE=ZARVUYYaAFvYvIHRE

ZOMT-L# ZOMT-LP#
(5E559) Central insert (SEmA. P IWZRARYYYaFvT)
Central insert (Polished)
ZOMT-RH ZOMT-RPH; & o
e B
(54X Peripheral insert BER. ZIV=ZRRVY>aFvT) T !
Peripheral insert (Polished)
) PVDI—7«>5 |#@Eas T+ 3 imensi
e & PVD coated Uncoated  A(mm) pimensions Fig.
Cat. No. JC5015 | JC5040 FZ15 A B T a’ re

ZDMTO08T208L [ ] (] 7.9 6 2.78 15 0.8 1
ZDMTO08T208LP (] 7.9 6 2.78 15 0.8 1
ZPMT09T208R [ ] 9 5.4 2.78 11 0.8 2
ZPMT09T208RP (] 9 5.4 2.78 11 0.8 2
ZDMT100308L [ ) [ ] 10.4 6.35 3.4 15 0.8 1
ZDMT100308LP [ ] 10.4 6.35 3.4 15 0.8 1
ZCMT100308R [ ] [ ) 10.4 6.35 3.4 7 0.8 2
ZCMT100308RP (] 10.4 6.35 3.4 7 0.8 2
ZDMT13T308L [ ] [ ] 12.9 7.938 3.97 15 0.8 1
ZDMT13T308LP ( ] 12.9 7.938 3.97 15 0.8 1
ZPMT13T308R ( ] (] 13.3 7.938 3.97 11 0.8 2
ZPMT13T308RP (] 13.3 7.938 3.97 11 0.8 2
ZDMT13T320L [ ) { ] 12.9 7.938 3.97 15 2.0 1
ZDMT13T320LP (] 12.9 7.938 3.97 15 2.0 1
ZPMT13T320R [ ] [ ) 13.3 7.938 3.97 11 2.0 2
ZPMT13T320RP ( ] 13.3 7.938 3.97 11 2.0 2
ZPMT150408L [ ] [ ] 15.45 9.525 4.76 11 0.8 1
ZPMT150408LP (] 15.45 9.525 4.76 11 0.8 1
ZPMT160408L [ ) [ ] 16.45 9.525 4.76 11 0.8 1
ZPMT160408LP [ ] 16.45 9.525 4.76 11 0.8 1
ZPMT160408R [ ] (] 16 9.525 4.76 11 0.8 2
ZPMT160408RP (] 16 9.525 4.76 11 0.8 2
ZPMT160416L [ ] [ ] 16.45 9.525 4.76 11 1.6 1
ZPMT160416LP (] 16.45 9.525 4.76 11 1.6 1
ZPMT160416R (] L J 16 9.525 4.76 11 1.6 2
ZPMT160416RP [ ] 16 9.525 4.76 11 1.6 2
ZPMT160420L [ ] L J 16.45 9.525 4.76 11 2.0 1
ZPMT160420LP (] 16.45 9.525 4.76 11 2.0 1
ZPMT160420R [ ] [ ] 16 9.525 4.76 11 2.0 2
ZPMT160420RP (] 16 9.525 4.76 11 2.0 2
ZPMT160430L [ ] [ ] 16.45 9.525 4.76 11 3.0 1
ZPMT160430LP (] 16.45 9.525 4.76 11 3.0 1
ZPMT160430R [ J [ ] 16 9.525 4.76 11 3.0 2
ZPMT160430RP [ ] 16 9.525 4.76 11 3.0 2
ZPMT160432L [ ] (] 16.45 9.525 4.76 11 3.2 1
ZPMT160432LP ( J 16.45 9.525 4.76 11 3.2 1
ZPMT160432R [ ) [ ] 16 9.525 4.76 11 3.2 2
ZPMT160432RP (] 16 9.525 4.76 11 3.2 2
ZPMT170508R [ ] [ ] 17 11 5.56 11 0.8 2
ZPMT170516R [ ] [ ] 17 11 5.56 11 1.6 2
ZPMT170520R [ ] (] 17 11 5.56 11 2.0 2
ZPMT170530R [ ) [ ] 17 11 5.56 11 3.0 2
ZPMT180508L [ ] (] 18 11 5.56 11 0.8 1
ZPMT180516L (] { ] 18 11 5.56 11 1.6 1
ZPMT180520L [ ] [ ] 18 11 5.56 11 2.0 1
ZPMT180530L [ ] [ ] 18 11 5.56 11 3.0 1
ZPMT200508L [ J L J 20.4 11 5.56 11 0.8 1
ZPMT200516L [ ] { ] 20.4 11 BI56 11 1.6 1
ZPMT200520L [ ] [ ] 20.4 11 5.56 11 2.0 1
ZPMT200530L [ ) [ ] 20.4 11 5.56 11 3.0 1

1 —X10fBAUTT, 10 inserts per case.

[ @ | X—H—7EER Standard stock items O :;EB7EEER Soon to be stocked O FEENFLIEDREEFEE Soon to be deleted ] m
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S U Q er E n d = Ch i QQ e r Indexable End Mill SEC type

A N A
sumersmipmmmer O L 58§l

Cutting data for "Super End-Chipper"

1. $50.85I7 A Ay I SDYIEZEH (TSAFvIEE)

Deep machining for injection mold.

TABEEONT % 5 Z N Part name FPSAFYIEE Injection mold
Plunging and side milling f $I7I g % Ell 7 Material E—JURE P20
#l iE & Hardness 30~34HRC
5| &  ToolNo. SECL3234532
L% ® Grade JC5040
)| ” BIHLEE Ve, n 1,400 (min™), 141 (m/min)
st SR .
e - — il S |EWEE Vi f 508 (mm/min), 0.36 (mm/rev)
=
& | RTE$50.8. SHISTYTAAYIEHBL. T g|dr 19.05 (mm)
R | MITAERSE! ! R 5| ae 25.4 (mm)
§ SEC increased the productivity 5 times than 2" dia. radius i % EES AN Coolant T7—2J'0— Airblow
@ | cutter with 5 inserts. O X — )
= BRI Machine IFEMC Vertical MC
2. 7IL=EBEDEHEENMTEA  High efficient machining for Aluminum.
=HlUAT %)ﬁ . B Part name ZIW=FL—bk Aluminum plate
Side milling *IZ g % Hll 7 Material 7ZIL=EE Aluminum alloy
#l '~ Hardness —
B 5| &  ToolNo. SECMIL3234532
L£F % ® Grade JC5040
” YIERE Ve, n 2,500 (min'), 251 (m/min)
0 _§ ERE Vi f 762 (mm/min), 0.3 (mm/rev)
=
£ | e RICH L TEU1.56E, U< THE T A0 | L § 9P 38.1 (mm)
= | EMTER. % 5 3e 12.7 (mm)
% SEC increased the productivity 2.4 times than competitor’s # % I—=32k Coolant BT Wet cut
2 | indexable end mill © . - )
o : BRI Machine IIFZMC Vertical MC
3. MESADSEERNTERI  Slot milling. (Tool lifex2, Feed speedx1.6)
sl %Eé . = 1 Part name FL—b Heat resistant plate
U groove machining T g % Hll % Material Mi#EAsE Heat resistant alloy
7
HoO|E < Hardness —
B2 &  ToolNo. SECML2527525
£ ® Grade JC5040
” HIHILRE Ve, n 1,400 (min'), 110 (m/min)
S| EUEE VL 635 (mm/min), 0.45 (mm/rev)
il £
a 12.7 (mm
£ | fesics LTz 6. SR2EEEm ! LT gl%° (mm)
= o de 25.4 (mm)
= | Increased feed speed by 1.6 times and improved tool life | {4 = —- 5
g>:; by 2 times compare with competitor. a3 7-3Yh Coolant AT Water soluble
o {EFR AR Machine IIFZMC  Vertical MC
4, FeKIA T TOERERINTERI (EN) < FHEHEQ=8,000cm3/d—7) High efficient machining. (0=8,000cm?/corner)
Ay MEUEIFINT (1 ;J% . 2 Part name FSAFYIEE! Cavity mold
Pocket milling Ehlg $IZ § % Hl 7 Material S53C
PSR B Hardness 4+ Raw material
{ = | &  ToolNo. SECM3334532
& Py Grade JC5040
" YR Ve, n 1,200 (min7), 124 (m/min)
1 § EIRE vi, f 320 (mm/min), 0.26 (mm/rev)
& | A0 0L < T HRE B RU B3 | T E 12 (mm)
2 | U< I HEEQ=8,000cm3/I—FEw. £ olae 23-33 (mm)
=
?; Increased chip removal rate and tool life by 3 times. i % A A Coolant 23 Dry cut
o | Q=8,000cm?/corner. o ) — )
o {E PR Machine IFEMC Vertical MC




Recommended cutting conditions for "Super End-Chipper”

// DIJET

| |
v ~
m I R o | .
Type of machining ik © & H
e
ezl FuTHE | UIHISG BT BHEIDbINT RUJLIIT
Materials Grade Parameter Slotting Shoulder cutting Drilling
il Nn(min) 950 890 1,020 1,020 890
Carbon steel V(mm/min) 280 210 360 250 220
(S50C, S55C) 105040 ap(mm) ~9 9~25 ~9 9~50 ~5
150-280HB ae(mm) — — ~25 ~10 —
BE2W Nn(min-1) 950 890 1,020 1,020 890
Alloy steel 105040 Vi(mm/min) 280 180 310 230 180
(SCM440) ap(mm) ~9 9~25 ~9 9~50 ~5
150-280HB e (mm) _ _ ~25 ~10 _
SUN—RE n(min-) 830 760 830 830 830
Mold steel JC5040 | VE(mm/min) 200 150 250 170 160
(NAK, P20) JC5015 | @p(mm) ~8 8~25 ~9 9~50 ~5
280-400HB e (mm) _ _ ~o5 ~10 _
TESH Nn(min") 760 700 830 830 760
Tool & Die steel 105040 Vi(mm/min) 190 140 250 170 150
(SKD61, SKD11) ap(mm) ~8 8~25 ~9 9~50 ~5
150-255HB e (mm) _ _ ~25 ~10 _
25U N (min-) 700 640 760 760 700
Stainless steel JC5015 | VE(mm/min) 170 130 210 150 100
(SUS304, SUS316) (JC5040) | ap(mm) ~8 8~25 ~9 9~50 ~5
150-250HB ae(mm) — — ~25 ~10 —
RIS N(min") 1,080 1,020 1,140 1,140 1,080
Cast iron JC5015 | Vi(mm/min) 430 310 450 340 320
(FC250, FC300) (JC5040) | ap(mm) ~9 9~25 ~9 9~50 ~5
160-260HB e (mm) — — ~25 ~10 —
54594 ik Nn(min) . 950 890 1,020 1,020 890
Nodular cast iron JC5015 | Vi(mm/min) | 330 220 360 250 220
(FCD600, FCD700) (JC5040) | ap(mm) ~9 9~25 ~9 9~50 ~5
170-300HB e (mm) _ _ ~25 ~10 _

N EENRE, Vi EWRE, ap: ThAHRS, Qe: EvI71—K

) 1. _EECOUIHISRHE BREIES KOO —IBIEICINC TRELEE WL,

N : Spindle speed,

2. ¥ 7 L0V . OVIRGTIIZANSOVTIA SEREE.P.21DHEZBZRIC
PHAFHRS (@p) FeFEERERE (N) KU GEVRE (V) Z FIFTRRE L,

3 AERIIHIB DIERIABEE 1" I FICTTERLIES L. (BRER)

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

Vi: Feed speed, ap: Depth of cut, ae: Pick feed

2. Page 21 reduction above ap, N and Vito ML, L and EL type tools.
3. In case of ramping, up to 1° is recommended. (See right picture)




Super End-Chipper

@ i

:;mp,r Epﬂ::":njnnpf Z_’ \°_ I y F;‘y' \°_ mgﬁmﬁu%#

X=){=T 2 FFw){—
Indexable End Mill SEC type

Recommended cutting conditions for "Super End-Chipper”

m T R & N
Type of machining ﬂ & , i
T _.l . ae
sl FyTiiE | tEIEE BT BHIDINT RU)JLINT
Materials Grade Parameter Slotting Shoulder cutting Drilling
reskth Nn(min-1) 1,190 1,110 1,270 1,270 1,110
Carbon steel JC5040 VE(mm/min) 360 260 440 310 270
(S50C, S55C) ap(mm) ~9 9~20 ~9 9~40 ~5
150-280HB e (mm) — — ~20 ~8 —
BESW Nn(min-1) 1,190 1,110 1,270 1,270 1,110
Alloy steel 105040 Vi(mm/min) 330 230 380 280 220
(SCM440) ap(mm) ~9 9~20 ~9 9~40 ~5
150-280HB e (mm) _ _ ~20 ~8 _
FUN—RH N(min) 1,030 950 1,030 1,030 1,030
Mold steel JC5040 | Vi(mm/min) 260 190 310 210 200
(NAK, P20) JC5015 | ap(mm) ~8 8~20 ~9 9~40 ~5
280-400HB e (mm) _ _ ~20 ~8 _
TEH Nn(min") 950 880 1,030 1,030 950
Tool & Die steel 105040 VE(mm/min) 240 190 310 210 190
(SKD61, SKD11) ap(mm) ~8 8~20 ~9 9~40 ~5
27U Nn(min-1) 880 800 950 950 880
Stainless steel JC5015 | Vi(mm/min) 220 160 280 190 130
(SUS304, SUS316) (JC5040) | ap(mm) ~8 8~20 ~9 9~40 ~5
150-250HB a — — —
e (Mmm) ~20 ~8
RTHEN N(min") 1,350 1,270 1,430 1,430 1,350
Cast iron JC5015 | Vi(mm/min) 540 380 570 430 400
(FC250, FC300) (JC5040) | ap(mm) ~9 9~20 ~9 9~40 ~5
160-260HB P — — ~20 ~8 —
N in-1
54594 ik N(min-1) . 1,190 1,110 1,270 1,270 1,110
Nodular cast iron JC5015 | Vi(mm/min) 410 280 440 320 270
(FCD600, FCD700) (JC5040) | ap(mm) ~9 9~20 ~9 9~40 ~5
170-300HB e(mm) _ _ ~20 ~8 _

N EERE, Vi EWRE, ap: ThAHRS, Qe: EvI71—K

N : Spindle speed, Vf: Feed speed, ap: Depth of cut, ae: Pick feed

) 1. _EECOUIHISRAE EAREIE S KUD—IBIEICINUTRELZE L,

2. SF¢7 L0270V ROTIIANSOVTI A FEREE.P.21DHIEZEZRIC

VHARRS (@p) KT FEEWEE (N) RO GEVRE (V) Z T F TS L,

3 AERIIHIB DIERIAEF 2° LI FICTTRERLIES L. (BRESR)

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

2. Page 21 reduction above ap, N and Vito ML, L and EL type tools.
3. In case of ramping, up to 2° is recommended. (See right picture)




// DIJET

¢$35mm
1 !
Y Y
mI W E Vi
Type of machining ik © & H
e
ezl FuTHE | UIHISG BT BHEIDbINT RUJLIIT
Materials Grade Parameter Slotting Shoulder cutting Drilling
Pt n(min”) 1,360 | 1,270 | 1,460 | 1,460 1,360
Carbon steel 105040 Vi(mm/min) 410 280 500 370 340
(850C, S55C) ap(mm) ~7 7~18 ~9 9~40 ~5
150—280HB ae(mm) — — ~175 7 —
BE2E Nn(min-1) 1,360 1,270 1,460 1,460 1,360
Alloy steel JC5040 Vi(mm/min) 380 380 440 320 270
(SCM440) ap(mm) ~7 7~18 ~9 9~40 ~5
150-280HB e (mm) _ _ ~175 ~7 _
FUYN—RUEH n(min) 1,180 1,090 1,180 1,180 1,180
Mold steel JC5040 | Vf(mm/min) 300 220 350 240 240
(NAK, P20) JC5015 | ap(mm) ~6 7~18 ~9 9~40 ~5
280-400HB e (mm) _ _ ~175 —~7 —
TER Nn(min™) 1,090 1,000 1,180 1,180 1,090
Tool & Die steel JC5040 VE(mm/min) 270 200 240 240 220
(SKD61, SKD11) ap(mm) ~6 7~18 ~9 9~40 ~5
150—-255HB ae(mm) — — ~175 ~7 —
27U n(min-) 1,000 910 1,090 1,090 1,000
Stainless steel JC5015 | VE(mm/min) 250 180 330 220 150
(SUS304, SUS316) (JC5040) | ap(mm) ~6 7~18 ~9 9~40 ~5
150-250HB ae(mm) — — ~175 —7 —
nTHEY N(min") 1,550 1,460 1,640 1,640 1,550
Cast iron JC5015 | VE(mm/min) 620 440 660 490 470
(FC250, FC300) (JC5040) | ap(mm) ~9 9~18 ~9 9~40 ~5
160-260HB 8e(mm) — — =75 =7/ —
S4454 )iEek Nn(min™) 1,360 1,270 1,460 1,460 1,360
Nodular cast iron JC5015 | Vi(mm/min) | 480 320 510 370 340
(FCD600, FCD700) (JC5040) | @p(mm) ~9 9~18 ~9 9~40 ~5
170-300HB 3e (mm) — — ~17.5 ~7 -

n: EENRE, Vi EWRE, ap: ThAHRE, Qe: EvIT71—K

) 1. _EECOUIHISRHE BREIES KOO —IBIEICINU TRELEE L,

2. 2P 7 L0 . OVIRGTIIANSOVTIA SEREE.P.21DHEZBEZRIC
PHAHRS (@p) FeFEELRE (N) RO EVRE (V) Z T IF TS L,

3 AERIIHIB DIERAEF 3 LI FICTITRERLIES L. (BRER)

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

2. Page 21 reduction above ap, N and Vito ML, L and EL type tools.
3. In case of ramping, up to 3° is recommended. (See right picture)

N : Spindle speed, Vif: Feed speed, ap: Depth of cut, ae: Pick feed



Super End-Chipper imxase caasn sec s

@ i

Recommended cutting conditions for "Super End-Chipper”

':'.'imkr ;‘:’hﬂ::‘:hmn.er Z_' \o_ I y FB‘W \o_ @Eﬁﬂ]ﬁ“%ﬁ

¢30. $32. $33mm
| |
v ~
mI R E Vi
Type of machining ! ﬂ & N
T de
1R FvIME | YUIHIFS BT BHIbIILT RUJLINT
Materials Grade Parameter Slotting Shoulder cutting Drilling
il Nn(min) 1,490 1,390 1,590 1,590 1,490
Carbon steel 105040 Vi(mm/min) 450 310 550 400 370
(185580,2 gga%) ap(mm) ~6 6~16 ~8 8~34 ~5
~ e (mm) — — ~16 ~6 —
i Nn(min-1) 1,490 1,390 1,590 1,590 1,490
Alloy steel Josoqp | VA(mm/min) | 420 280 480 350 300
1%800“2?;(1)?4)8 ap(mm) ~6 6~16 ~8 8~34 ~5
~ 8e(mm) — — ~ ~6 _
FUN—R N(min") 1,290 1,190 1,290 1,290 1,290
Mold steel JC5040 VE(mm/min) 320 240 390 260 250
2(5“;'5“(4533)3 JC5015 | ap(mm) ~5 5~16 ~8 8~34 ~5
B e (mm) — — ~16 ~6 —
TER n(min'’) 1,190 1,100 1,290 1,290 1,190
Tool & Die steel JC5040 Vi(mm/min) 300 220 390 260 240
(S:(g(;ﬂ zggﬁé 1) ap(mm) ~5 5~16 ~8 8~34 ~5
~ 8e(mm) — — ~16 ~6 —
25U n(min") 1,00 | 1,000 | 1,190 | 1,190 1,100
Stainless steel JC5015 | Vi(mm/min) 275 200 360 240 165
(SU1S§>(§)4,2§8|§§16) (JC5040) | ap(mm) ~5 5~16 ~8 8~34 ~5
- de(mm) — — ~16 ~6 —
RIS Nn(min") 1,690 1,590 1,790 1,790 1,690
Cast iron JC5015 | Vi(mm/min) 680 480 700 540 500
(FC250, FC300) (JC5040) | ap(mm) ~8 8~16 ~8 8~34 ~5
160-260HB o) - - 16 6 —
. in-1
5554 ILisek Nn(min-1) . 1,490 1,390 1,590 1,590 1,490
Nodular cast iron JC5015 | Vi(mm/min)| 520 350 560 400 370
(FCD600, FCD700) (JG5040) | ap(mm) ~8 8~16 ~8 8~34 ~5
170-300HB ae(mm) _ _ 16 6 _
e N Nn(min-1) 3,000 3,000 3,000 3,000 3,000
PIV==0 LaE Vi(mm/min)| 1,200 900 1500 | 1,500 900
Aluminum alloy FZ15
50—110HB ap(mm) ~8 8~16 ~8 8~34 ~5
8e(mm) - — ~16 ~6 —

N EERE, Vi E)RE, ap: YAHRE, Qe: EvIT1—K n : Spindle speed, Vf: Feed speed, ap: Depth of cut, e : Pick feed

) 1. LECOUIBISRAHE AT S KD — I BRI TRELET L,
2. ¥4 7 L0V . OVIROTIIZANS OV T I A FEREEE.P.210HIEZBRIC
VHAGZRS (@p) FclF@ERRE (N) RO GXERE (V) Z T IF TS,

3 AERIIEIB DIERIAEE 3 LI FICTTEALIEE L, (ERSER)

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Page 21 reduction above a@p, Nand Vito ML, L and EL type tools.
3. In case of ramping, up to 3° is recommended. (See right picture)




// DIJET

¢24. $25, p26mm

| |
v ~
mI R Vi
Type of machining %5 © & W
_.l . ae
1R HIAF FuHtE| tIHISRM BT BHIWIlT RU)LIIT
Materials Grade Parameter Slotting Shoulder cutting Drilling
i Nn(min") 1,910 1,780 2,040 2,040 1,910
Carbon steel 165040 Vi(mm/min) 520 350 610 400 470
(850C, S55C) ap(mm) ~5 5~12 ~7 7~27 ~4
150-280HB e (mm) — — ~12 ~5 —
i Nn(min-1) 1,910 1,780 2,040 2,040 1,910
Alloy steel JCsoag | Vimmimin)| 480 320 550 360 380
(SCM440) ap(mm) ~5 5~12 ~7 7~27 ~4
150-280HB e (mm) _ _ ~12 ~5 _
S \—R3E n(min-) 1,530 1,400 1,650 1,650 1,530
Mold steel JC5040 | Vi(mm/min)| 380 250 440 290 300
Z(%Kagggg JC5015 | a@p(mm) ~4 4~12 ~7 7~27 ~4
- ae(mm) — — ~12 ~5 _
TESH Nn(min) 1,530 1,400 1,650 1,650 1,530
Tool & Die steel JC5040 Vi(mm/min) 380 250 440 290 300
(S:(SD(;N A ggﬁé 1) ap(mm) ~4 4~12 ~7 7~27 ~4
- d8e(mm) = — ~12 ~5 —
257U n(min-) 1,400 1,270 1,530 1,530 1,400
Stainless steel JC5015 | Vi(mm/min) 320 200 380 270 210
(SUS304, SUS316) (JC5040) | ap(mm) ~4 4~12 ~7 7~27 ~4
150-250HB ae(mm) — — ~12 ~5 —
PRI HEES Nn(min") 2,040 1,910 2,160 2,160 2,040
Cast iron JC5015 | VE(mm/min) 700 470 750 540 600
(FC250, FC300) (JC5040) | ap(mm) ~5 5~12 ~7 7~27 ~4
160—260HB ] — _ ~12 ~5 _
5554 ILissk Nn(min-1) 1,910 1,780 2,040 2,040 1,910
Nodular cast iron JC5015 | Vi(mm/min)| 570 390 650 460 480
(FCD600, FCD700) (JC5040) | ap(mm) ~5 5~12 ~7 7~27 ~4
170-300HB e(mm) _ _ ~12 ~5 _
N N Nn(min-1) 3,820 3,820 3,820 3,820 3,820
PIV==0 LaE Vi(mm/min)| 1,340 960 1,900 960 1,150
Aluminum alloy FZ15
de(mm) — — ~12 ~5 —

N EENRE, Vi EWEE, ap: THAHKRE, Qe: EvI71—K

) 1. LECOUIBISRAHE ERAIES KD — I RIS TREL ST L,
2. ¥4 7 L0Y7.0VIROIIZANS OV T I A FEREEE.P.210HIEZBRIC
VHAHZRS (@p) FclF@EMRE (N) RO GXVERE (V) Z T IF TS,

3 ERIIEIBF DIERIAEE 3 LI FICTTEALIEES L, (ERSER)

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Page 21 reduction above a@p, Nand Vito ML, L and EL type tools.
3. In case of ramping, up to 3° is recommended. (See right picture)

N : Spindle speed, Vi: Feed speed, ap: Depth of cut, &e: Pick feed



Super End-Chipper imxase caasn sec s

@ i

Recommended cutting conditions for "Super End-Chipper”

':'.'imkr ;‘:’hﬂ::‘:hmn.er Z_' \o_ I y FB‘W \o_ @Eﬁﬂ]ﬁ“%ﬁ

®20. $21Tmm
| |
v ~
mIw E Vi
Type of machining ! ﬂ & Tl
T de
1R HIAF FuTHE | UIHISKE BT EBHIDINT RULIIT
Materials Grade Parameter Slotting Shoulder cutting Drilling
e n(min-') 2,390 2,230 2,550 2,550 2,390
Carbon steel 105040 Vi(mm/min) 600 380 680 510 480
(S50C, S55C) ap(mm) ~4 4~10 ~5 5~21 ~3
150-280HB ae(mm) — — ~10 ~a —
EAS n(min-) 2,390 2,230 2,550 2,550 2,390
Nloy steel JC5040 Vi(mm/min) 540 350 630 460 430
(SCM440) ap(mm) ~4 4~10 ~5 5~21 =g
150-280HB 8e(mm) _ _ ~10 ~4 _
FUN—RVSE n(min-') 1,910 1,750 2,070 2,070 1,910
Mold steel JC5040 | Vi(mm/min) 430 275 520 370 340
(NAK, P20) JC5015 | ap(mm) ~3 3~10 ~5 5~21 ~3
280-400HB 8e(mm) _ _ ~10 ~4 _
TEsH n(min-') 1,910 1,750 2,070 2,070 1,910
Tool & Die steel JC5040 Vi(mm/min) 430 275 520 370 340
(SKD61, SKD11) ap(mm) ~3 3~10 ~5 5~21 ~3
150-255HB 8e(mm) _ _ ~10 ~4 _
2F LS n(min-) 1,750 1,590 1,910 1,910 1,750
Stainless steel JC5015 | Vi(mm/min) 385 240 430 305 260
(SUS304, SUS316) (JC5040) | ap(mm) ~3 3~10 ~5 5~21 ~3
150-250HB ae(mm) _ _ ~10 ~4 _
N HEES n(min-') 2,500 2,390 2,700 2,700 2,500
Cast iron JC5015 Vf(mm/min) 750 530 810 610 630
(FC250, FC300) (JC5040) | @p(mm) ~4 4~10 ~5 5~21 ~3
160-260HB oy — — ~10 ~a —
N in-1
S5 L85 n(min-') . 2,390 2,230 2,550 2,550 2,390
Nodular cast iron JC5015 Vf(mm/mln) 600 400 700 500 480
(FCD600, FCD700) (JC5040) | ap(mm) ~4 4~10 ~5 5~21 ~3
170-300HB e (mm) _ _ ~10 ~4 _
e N n(min-) 4,780 4,780 4,780 4,780 4,780
PIV==ULEE Vi(mm/min)| 1,440 1,100 1,900 1,100 1,100
Aluminum alloy FZ15
de(mm) = = ~10 ~4 =

N EERE, Vi E)RE, ap: YAHRE, Qe: EvIT1—K n : Spindle speed, Vf: Feed speed, ap: Depth of cut, e : Pick feed

) 1. LECOUIBISRAHE AT S KD — I BRI TRELET L,
2. ¥4 7 L0V . OVIROTIIZANS OV T I A FEREEE.P.210HIEZBRIC
VHAGZRS (@p) FclF@ERRE (N) RO GXERE (V) Z T IF TS,

3 AERIIEIB DIERIAEE 3 LI FICTTEALIEE L, (ERSER)

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Page 21 reduction above a@p, Nand Vito ML, L and EL type tools.
3. In case of ramping, up to 3° is recommended. (See right picture)




// DIJET

[~
mI R Vi
Type of machining %5 © & W
_.l . ae
HRHIE FyIriiE | YRR BT BHIbINT RUJLINT
Materials Grade Parameter Slotting Shoulder cutting Drilling
e n(min-) 2,790 2,590 2,980 2,980 2,790
Carbon steel 165040 Vi(mm/min) 560 310 630 450 420
(18580,2 gga%) ap(mm) ~3 3~8 ~5 5~16 ~2
- 8e(mm) — — ~8 ~3 —
i Nn(min) 2,790 2,590 2,980 2,980 2,790
Ahoysmel 105040 Vi (mm/min) 500 280 570 410 380
1&?%&%% ap(mm) ~3 3~8 ~5 5~16 ~2
B 8e (mm) — — ~8 ~3 —
FUN—R n(min) 2,190 1,990 2,390 2,390 2,190
Mold steel JC5040 | Vi(mm/min)| 390 250 480 330 260
z(gl(?KAgggg JC5015 | ap(mm) ~25 3~8 ~5 5~16 ~2
B ae(mm) — - ~8 ~3 —
TEH n(min-') 2,190 1,990 2,390 2,390 2,190
Tool & Die steel JC5040 Vi(mm/min) [ 390 250 480 330 260
(S§(5D(§51 A g?ﬁé 1) ap(mm) ~25 3~8 ~5 5~16 ~2
~ 8e(mm) = = ~8 =) —
25V ASH Nn(min) 1,990 1,790 2,190 2,190 1,990
Stainless steel JC5015 | Vi(mm/min)| 350 220 430 280 240
(SUS304, SUS316) (JC5040) | ap(mm) ~25 3~8 ~5 5~16 ~2
150-250HB 2e(mm) — — ~8 ~3 —
N HEES Nn(min) 2,980 2,790 3,180 3,180 2,980
Cast iron JC5015 | Vi(mm/min)| 720 500 760 570 520
(F1052050’2 (FS%E{(EO) (JC5040) | ap(mm) ~3 3~8 ~5 5~16 ~2
- de(mm) = — ~8 ~3 —
in-1
554540 Ui Nn(min) . 2,790 2,590 2,980 2,980 2,790
Nodular cast iron JC5015 | Vi(mm/min)| 560 310 630 450 420
(FCD600, FCD700) (JG5040) | ap(mm) ~3 3~8 ~5 5~16 ~2
170-300HB ae(mm) _ _ ~8 ~3 —
e N Nn(min1) 6,000 6,000 6,000 6,000 6,000
PIV==D LGSR Vimmmin)| 1,440 | 1,00 | 1,800 | 1,100 1,100
Aluminum alloy FZ15
50—110HB 8p(mm) ~3 3~8 ~5 5~16 ~2
de(mm) — — ~8 ~3 _

N EENRE, Vi EWEE, ap: THAHKRE, Qe: EvI71—K

) 1. LECOUIBISRAHE ERAIES KD — I RIS TREL ST L,
2. ¥4 7 L0Y7.0VIROIIZANS OV T I A FEREEE.P.210HIEZBRIC

N : Spindle speed,

VHAHZRS (@p) FclF@EMRE (N) RO GXVERE (V) Z T IF TS,

3 ERIIEIBF DIERIAEE 3 LI FICTTEALIEES L, (ERSER)

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

2. Page 21 reduction above a@p, Nand Vito ML, L and EL type tools.
3. In case of ramping, up to 3° is recommended. (See right picture)

Vi: Feed speed, ap: Depth of cut, &e: Pick feed
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A=){=TOFFw){—
Indexable End Mill SEC type

Super End-Chipper

sfi:.n;!r Fdl-honer, 1 _' \o_ I y F ; ‘y’ (—SEC’E EFHJ:@?IE

Attention for use SEC type

1. IR HISRAF I BRI R OO — TSI O TREL EE L,
2. 2747 L0V7. 0V KRETIFANSOVT 94 FEREFR. TeOHEZBRIC
tHAGRS (ap) FTc IS OERRRE (N) KU XWRE (V) ZTFIFTRE L,

1. Speed and feed to be adjusted according the machine-rigidity or work rigidity.
2. Apply right table reduction above ap, nand Vfto ML, L and EL type tools.

~

LT Type ap n %4
=F«7L0OV5 (ML)
Medium Long 80% 90% 80%
avJ(L) 30%LATF
Long Up to 30% /e 70%
IOZ50OVY (EL) TmMmLT
Extra Long Up to Tmm 50% 60%
TER (mm) YHAFHFRE: T (mm)
Tool dia. A1 (mm) Depth of cut
16 5.2 ~5.2 0or 11.8~15.5
®20, 921 515 ~5.5 or 14.0~17.5
24, $25, $p26 7.0 ~7.0 or 16.8~23.2
®30, 32, $33 8.6 ~8.6 or 20.3~28.1
¢35 9.8 ~9.8 or 26.8~30.7
40 9.8 ~9.8 or 26.8~30.7
¢50 9.8 ~9.8 or 26.5~30.6 or 37.4~41.6
(Fig.1 BE8) (Fig.2 BE8)




// DIJET

MEC [ R—/{=IVEFvI{— EJa5—AvR BEHEIRH
TYPE Recommended cutting conditions for MEC and MSN
EJ15—"\YRFMECH + BE—®(EY15—\vyrRA—ILiBEY v+ 7 —I\)
TER (mm) Tool dia.
A IAA a;%g 16 20/ 21 24 /25/26 30/32/33 35

Materials T No.ofteeth 2N | X% No.ofteeth 2N | X% No.of teeth 2N | HI%L No. of teeth 2N | X% No. of teeth 2N

2 |ap | n Vil 2 |ap | n Vil & | ap | n Vil 2 |ap | n Vil & | ap | n Vit
(mm) | (mm) | (min?) |(mm/min){ (mm) | (mm) | (min7) [(mm/min)] (mm) | (mm) | (min?) [(mm/min)| (mm) | (mm) | (min) |{(mm/min)| (mm) | (mm) | (min) |(mm/min)

(F‘ﬁ?%ﬁlﬁ) 70| 0.6 |3580/2,140[ 70| 0.7 |2,860/1,430] 90 | 1.0 |2,290(1,150| 100 | 1.5 1,790 900( 100 | 1.5 1,640 820
S50C, S55C

@%:ngm?etﬁ JC5040| 120 | 0.5 |3.180/1,590| 120 | 0.5 12,860/1,430| 140 | 0.6 2,200/1,150( 150 | 1.0 |1,790 900[ 150 | 1.0 1,640 820

Grades

€50, C55
Bglow 250&3 160 | 0.3 |2,980({1,490| 190 | 0.3 |2,400/1,200( 210 | 0.3 {1,900/ 950|210 | 0.6 [1,490, 745|210 | 0.6 [1,360| 680
TUN—=RVif 70| 0.6 3,180(1,590[ 70| 0.7 |2,550{1,150] 90 | 1.0 |2,040| 920{ 100 | 1.5 |1,600| 720|100 | 1.5 |1,460| 660

(HPNI7, PX5 NAK80, P20) | JC5040

BE30-43HRC | 105015( 120 | 0.5 |3180/1,590] 120 | 0.5 (25550/1,150| 140 | 0.6 2,040, 920|150 | 1.0 1,600 720[ 150 | 1.0 1460/ 660
(1“gg|$13tsg|0) (40HRCLLE)
. , 45015
so-aahre. |@oe o] 160 | 0.3 |2,9801,490] 190 | 0.3 |2.4001,200{ 210 | 0.3 1,900, 860| 210 | 0.6 1,490 670| 210 | 0.6 |1,360| 610

TEH 70| 0.6 [3,180(1,590| 70| 0.7 [2,550(1,150] 90| 1.0 |2,040| 920| 100 | 1.5 {1,600, 720] 100 | 1.5 |1,460| 660
(SKD61, SKD11)

BEC255HBIAR | yo5040 | 120 | 0.5 (3,180/1,590] 120 | 0.5 |2,550/1,150| 140 | 0.6 |2,040/ 920|150 | 1.0 1,600 720|150 | 1.0 1,460/ 660

Die steel
(13%?:\3’2152%9) 160 | 0.3 (2,980/1,490| 190 | 0.3 |2,400/1,200] 210 | 0.3 {1,900, 860|210 | 0.6 (1,490| 670|210 | 0.6 1,360/ 610
27V 70| 0.6 [3,180{1,590] 90| 0.7 |2,550({1,150[ 90 | 1.0 |2,040, 920( 100 | 1.5 {1,600| 720|100 | 1.5 [1,460| 660
(SUS304)

@ 250HBLL T |JC5015 (120 | 0.5 [2,980/1,490| 120 | 0.5 |2,400/1,080( 140 | 0.6 [1,900| 860| 150 | 1.0 {1,490, 670|150 | 1.0 [1,360| 610
Stainless steel
Below 250HB 160 | 0.3 (2,980(1,490| 190 | 0.3 |2,400/1,080( 210 | 0.3 {1,900| 860|210 | 0.6 (1,490| 670|210 | 0.6 {1,360/ 610

IRANS 70| 0.4 [1,400] 350 70| 0.5 [1,110 280 90| 0.7 | 890 270|100 | 0.8 | 700/ 210|100 | 0.8 | 640/ 190
(SKD61, SKD11)
BEx40-50HRC | jc5015( 120 | 0.3 1,200/ 300 120 | 0.3 | 950/ 240|140 | 0.4 | 765/ 230[ 150 | 0.5 | 600 180|150 | 0.5 | 550|170
Hardened die steel
(1.2344,1.2379)

40-50HRC 160 - | - | - |190| - | - | - |210| = | — | — |210| 0.3 | 600, 180210 | 0.3 | 550|170
?ﬁ f%) 70| 0.6 |2,980(1,800[ 70| 0.7 |2,400/1,440] 90 | 1.0 |1,900(1,140({ 100 | 1.5 {1,500 900| 100 | 1.5 |1,360| 820
FC, FCD

EE?’OOHBL\’{,—F JC5015| 120 | 0.5 |2,980(1,650( 120 | 0.5 |2,400|1,440| 140 | 0.6 |1,900/1,140( 150 | 1.0 {1,500 900| 150 | 1.0 |1,360| 820
Grey & Nodular cast iron

(GG, GGG)
Below 300HB 160 | 0.3 |2,500(1,380| 190 | 0.3 |2,070/1,240( 210 | 0.3 {1,600 960| 210 | 0.6 |1,250, 750| 210 | 0.6 [1,140| 680

N 70| 2.0 8,004,000 70| 2.0 |6,4003200] 90 | 2.5 |5,100/2,550| 100 | 3.0 |4,000/2,000
7IEZULGER
BE50-110HB | £715 | 420 | 1.5 8,000/3,600| 120 | 1.5 |6,400/3200| 140 | 1.5 |5,1002,550( 150 | 2.0 |4,000/2,000
Aluminum alloy
50-110HB

160 | 1.0 |6,700/3,000| 190 | 1.0 |5,600/2,520( 210 | 1.0 |4,3002,150| 210 | 1.5 |3,350|1,500

0 IXRIVEELES, ap: YhAAHFEE, n: TEREERE, Vi EEE 2 : Overhung length, ap : Depth of cut, N : Spindle speed, Vf: Feed speed

E) 1. _EEROTIHIREE ERENES SO0 — TR TREL 2T,
2. UUUDRELBE (R, PIABRS & ERBELVBE<LTRE N 520V B OHEEE FFTRAEE,
3. BYHIDR G BIRRES KORVREF ESCHED70%ICTFTIEE 0,
4 ABRIEIB DIERIAEF3 LI FICTITERALIEE L,

Note) 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. In case of chatter occurring, recommend to reduce the depth of cut ap or spindle speed and keep feed per tooth.
3. In case of full slotting recommend to reduce the spindle speed n and feed speed Vf to 70% of above figures.
4. In case of ramping, 3° is recommended.
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Indexable End Mill SIC type

“FEHID
T | L
I

A=/ =L RFI/ |—~DHFINEDEX Y FTFX T,

Super End-Chipper inserts can be used in Side-Chipper bodies.

ﬁ ) o —
Dk P RPILTISAR
S I C Facemill type

J'\"J

SIC

SEC inserts

FEHID Full slot milling

3D msertsan& excellent
" (chip e|ect|on roductlvny N\

35Series expansmn pnllshed foralummum &"
diamond|inserts*




S i de = Ch i Q E e r IZ't;'e-){:lfeyElng_Mi" SIC type

g N (B ATEV L L v PO AES oI Zewpl  End Mill type (Medium type)

Fig.1 . ‘ .. Fig.2 (‘
<\
S o % ﬂ o ‘ %
11 ] :
2] 2]
9 9
S : L S : L
EFH T_f ;E(mm) Dimensions
FE & TE | FvTI# FvT Fig
Gat. No. Stock | No. of ®Dc Y 92 L ®Ds Inserts '
inserts
SICM1610S16-2N | @ 2 16 10 25 100 16 SOMT10BOORO 1
SCHosIssaN | 8 | 4 | o o T | A0 |
SICM2513S25-3N o 3 22 13 g TR = ZPMT13T3OORO 1
SICM3016S32-3N () 3 30 15 40 150 32 ZPMT1604OORO 1
ZCMT10030OORO
SICM3210832-5N | @ 5 32 10 40 150 32 |Joazcamionso0 | !
SICM3216S32-3N o 3 15 ZPMT16040OORO 1
ZCMT1003OORO
SICM4010S32-6N | ® | 6 10 10 o 156 32 |AzcaTI00300 | 2
SICM4016S32-4N () 4 15 ZPMT1604OORO 2
ZCMT10030OORO
SICM5010832-7N | ® | 7 - 10 . 156 30 |AZeaTI0300 | 2
SICM5016S32-5N o 5 15 ZPMT1604OORO 2
) 1. RV ICF Y FHBAATHDES Ao LIHIRM Cutting conditions

2. J—FR3.0.R3.2(FEF VT ZERAT HEF AMASEIHEBI—F(CR1.5FFCT1.2mmEBINTLTLZE L,
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

g 0 [BATAP L kL v A(sVr2 2ol End Mill type (Long type)
‘U =

s

Fig.1 .
N o »
@041 s
=
\ 92
e\qu .
ﬁﬁﬁ T_I' ii(mm) Dimensions
& TR | Fyv T8 nFvT Fig
Gat. No. Stock | No. of ®Dc Y 92 L ®Ds Inserts '
inserts
SICL1610S16-2N [ J 2 16 10 25 150 16 ZEMT00300RO 1
SICL2010S20-2N o 2 1
JDA-ZCGT10030O0O
SICL2010S20-3N [ 3 20 10 40 180 20 1
SICL2513825-2N o 2 1
ZPMT13T3 R
SICL2513525-3N | ® | 3 25 13 35 210 25 OOROT
SICL3016S825-3N (] 3 30 15 65 250 25 ZPMT16040OORO 2
SICL3216S832-2N o 2 1
ZPMT1604 R
SICL3216532-3N | ® | 3 32 15 €5 250 32 OORO T
SICL4016S32-4N o 4 40 15 65 250 32 ZPMT1604OORO 2
SICL5016S42-5N [ 5 50 15 65 250 42 ZPMT1604OORO 2
) 1. RV IEF v FIEHBAATHIEE Ao HI4ISE{ Cutting conditions

2. —FR3.0.R3.2{FEF VT ZERT BHEF AMASEIHIB I —F(CR1.5FFC1.2mmZEBIITLTLZE L,
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

[ @ | X—A—7EEER Standard stock items O : EE7EEES Soon to be stocked O FEENFLIEDREEFEE  Soon to be deleted ] m
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S i d e = Ch i e r Indexable End Mill SIC type
:‘:’Jﬂj (B v A e rear Facemill type
A,

Fig.1 Fig.2
D1 oD
¢0o ‘ ®Db
m od od
i - a
b o a
- LI T2
! l\m I |_J_ Q
@ ’@ S |
.17 .17
®Dc | ®Dc | v
5/ ~f ;&(mm) Dimensions _
&' |EE|FVTH (5 RF v T Fig
Cat. No. Stock _No.(;f ®Dc | ®D1 | Db Lf od a b Y Weight Inserts
inserts
SIC-4050R ([ J 4 45 45 |22225| 8.4 5 20 1
50 | 47.6 0.4 —
SIC-4050R-22 | ® 4 45 45 |22 104 6.3 20 1
SIC-5063R ([ J 5 55 45 |22225| 8.4 5 20 1
63 | 61 0.8 —
SIC-5063R-22 | ® 5 55) 45 |22 104 6.3 20 1
SIC-6080R  J 6 60 44 254 9.5 6 20 1
80 | 78 1.0 |ZPMT1604OORO—
SIC-6080R-27 | ® 6 60 50 |27 12.4 7 22 2
SIC-8100R ([ J 8 70 50 |31.75 | 12.7 8 32 2
100 | 98 1.7 —
SIC-8100R-32 | @ 8 70 50 |32 14.4 8 32 2
SIC-8125R ([ J 8 85 63 |38.1 159 | 10 36 2
125 | 123 3.2 —
SIC-8125R-40 | @ 8 85 63 |40 16.4 9 35 2

) 1. RIS ICF Y S FAATHIFE Ao
2. 3—FR3.0.R3.2(IEFv I ZFER T DIFEF. AMAFLIHER I —F(TR1.5F2FC1.2mmZEBII LT EE L,
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

{IHIZRHF Cutting conditions

(25 )

@ : X—A—7EEEfm Standard stock items

O : iEB7EEER Soon to be stocked

O TEENFLIEDREEFEE Soon to be deleted




=S R7YFZE Through coolant hole

// DIJET

L 2d EAIACHE DR EENY] S Modular head MIC type

FEHID
MD

/
X 7} a
Nt ©
T_r *E(mm) Dimensions FnTFy I EB om Parts
, , A;Q;Emae: i#serts 75vIR0) LT
£ & | T8 el Clamp screw | Wrench
Cat. NO. StOCk _NO' Of ¢DC g Lf d)Db I\/\D \N ——N %
t |
inserts mm & /
MIC-2016-M8 ® | 2 16 9 23 (146 | M8 | 12 | zcMT1003OORO
ESW-206 | A-08SD
MIC-2018-M8 ®| 2 |18 | 9 | 23 |155| M8 | 12 | JDA-ZCGT100300O
MiIC-2020-M10 { 2 20 9 30 |18.4 | M10| 14 | zcMT10030OORO
ESW-206 | A-08SD
MIC-3020-M10 | ® | 3 | 20 | 9 | 30 |18.4 | M10 14 | JDA-ZCGT100300O
MIC-2022-M10 ® 2 22 | 125| 30 |19.5 | M10| 14 | ZPMT13T3OORO | DSW-307 | A-10
ZCMT1003OORO . )
MIC-3022-M10 () 3 22 9 30 |19.5 | M10 | 14 JDA-ZCGT100300) ESW-206 | A-08SD
MIC-2025-M12 ® 2 25 | 15 35 |23 M12 | 17 | ZPMT1604OORO | TSW-408 | A-15
MIC-3025-M12 () 3 25 | 125| 35 |23 M12 | 17 | ZPMT13T3OORO | DSW-307 | A-10
MIC-2027-M12 () 2 27 | 15 35 |24 M12 | 17 | ZPMT1604OORO | TSW-408 | A-15
MIC-3027-M12 ® 3 27 | 125| 35 |24 M12 | 17 | ZPMT13T3OORO | DSW-307 | A-10
MIC-3030-M16 o 3 30 | 15 43 | 28.2 | M16 | 22
MIC-2032-M16 ([ 2 32 | 15 43 | 29 Mi16 | 22
MIC-3032-M16 ® 3 32 | 15 43 | 29 M16 | 22 | ZPMT1604OORO | TSW-408 | A-15
MIC-2035-M16 o 2 35 | 15 43 | 29 M16 | 22
MIC-4040-M16 ([ 4 40 | 15 43 | 29 M16 | 22
MIC-5040-M16 ® 5 40 | 125| 43 |29 M16 | 22 | ZPMT13T3OORO | DSW-307 | A-10

F) 1. RIS CFv T IEHIFAATHIE B o BIEBRDHLIEET L,

2. —7FR3.0.R3.2(EFv = FERA T 25HE1F AL I—F(CR1.5FFC1.2mmZEEINIL T ZE W,

3. EVASAYROHEEFF I LI B LUER LOFEEIEEP.6ZTBHBLIIZE L,
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3.0mm or 3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.

3. Please see page 6 for recommended tightening torque and attention for use.

77—)\ Arbor

1B WA e 36~38~—

IS5V TRUKE | #HEMNLI (N-m)

Clamp screw Recommended torque
ESW-206 0.9
DSW-307 1.4
TSW-408 3.1

@ : X—A—7EEEfMm Standard stock items

O :iEB7EEER Soon to be stocked

O FEENFIEDREEFEE Soon to be deleted
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Inserts

S i d 6 ~ C h i Q Q e I’ Indexable End Mill SIC type

-

ietmner SHF YT ZIWERARYYY21F v THRR

> SHEH )
23 MT-RA 24 MT-RPF @ a Tﬁ] .
L/‘ )Voc"
SER) AR, PILSAKRUyYaFvT) re/l A | .
Peripheral insert Peripheral insert (Polished)
PVD:I_j__’fyg Eﬁﬁéﬁ T_r 5£(mm) Dimensions lr:I':I3 E?:I Parts
PVD coated Uncoated 2570 UYF
e & Clamp screw Wrench
Cat. No. Jc5015 | Je5040 | Fz15 | A | B | T | o | re & DN
w4
ZCMT100304R o (] 10.4 |6.35 | 3.4 7 | 04 ESW-206
ZCMT100308R [ { 10.4 (6.35 | 3.4 7 | 0.8 ESW-206 A-08SD
ZCMT100308RP [ ] 10.4 |6.35 | 3.4 7 | 08 ESW-206
ZPMT13T308R [ J o 13.3 |7.938| 3.97 | 11 0.8 DSW-307
ZPMT13T308RP [ 13.3 |7.938| 3.97 | 11 0.8 DSW-307
ZPMT13T316R [ { 13.3 |7.938| 3.97 | 11 1.6 DSW-307 A-10
ZPMT13T316RP o 13.3 |7.938| 3.97 | 11 1.6 DSW-307
ZPMT13T320R [ { 13.3 [7.938| 3.97 | 11 2.0 DSW-307
ZPMT13T320RP [ ] 13.3 |7.938| 3.97 | 11 2.0 DSW-307
ZPMT160404R [ J o 16 [9.525|4.76 | 11 0.4 TSW-408
ZPMT160408R [ (] 16 [9.525|4.76 | 11 0.8 TSW-408
ZPMT160408RP [ 16 |9.525|4.76 | 11 0.8 TSW-408
ZPMT160416R o (] 16 [9.525|4.76 | 11 1.6 TSW-408
. A-15
ZPMT160416RP [ 16 [9.525|4.76 | 11 1.6 TSW-408 (v 547)
ZPMT160420R o (] 16 [9.525|4.76 | 11 2.0 TSW-408
ZPMT160420RP o 16 [9.525|4.76 | 11 2.0 TSW-408 (/_J_:p};l«irj)
ZPMT160430R [ (] 16 [9.525|4.76 | 11 3.0 TSW-408
ZPMT160430RP [ 16 [9.525|4.76 | 11 3.0 TSW-408
ZPMT160432R o (] 16 [9.525|4.76 | 11 3.2 TSW-408
ZPMT160432RP [ 16 [9.525|4.76 | 11 3.2 TSW-408
17 —210fBAWTY, 10 inserts per case. 75(;'/711“3,}3& *fﬁ"“’ﬁf,”'m)
Ea;ﬂ“[)I-S;BEBW ecommré;ge torque
DSW-307 1.4
OBEEIRD7IL=IITICHEAT] ! Applicable for aluminum automobile parts! TS0-408 =
10.2
ISR e
LA n :
1 corner / For nonferrous @ <
Not regrindable materials N S
G
ALY FvT J—7R (mm) BB Parts
Diamond Corner radius 5570 LT
e & Clamp screw Wrench
Cat. No. JDA10 re @ oonm
{{Oe;ai?mended /
JDA-ZCGT100302 ( 0.2
JDA-ZCGT100304 ( 0.4 ESW-206 A-08SD
JDA-ZCGT100308 [ 0.8

17— 1EAUTY.

1 inserts per case.

@)

X—H—1EER Standard stock items

O : iEB7EEER Soon to be stocked

O TEENFLIEDREFEE Soon to be deleted
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Cutting data for "Side-Chipper"

// DIJET

1. @EDIEVWT—2I TOREHEIVIIT  Shoulder cutting with a low rigid work by unrigged machine

SEh?H:ngEﬂing " % Partname | L/N—F—JUR Lever mold
i«
% 2 % Hl # Material SV40C Carbon steel
*Sl
fE a3 Hardness —
=3 B & Tool No. SICM1610516-2N
X
a N - Grade ZCMT100308R, JC5040
EIHLRE Ve, n 1,600 (min"), 80 (m/min)
EWRE Vi, f 160 (mm/min), 0.1 (mm/rev)
7:JE§ ap BAR2mm Max. 2mm
= 3
£ e -
g | HEABICHA, COURIILTE ., 3
g | FD400f8/13—7F&., MEEER. 7=k Coolant JETV Wet cut
= No chatter. SIC cut much smoother than competitor's
d mill. Th | lif . - .
é :ar:pr?\;ed b)?;ot?més of SIC was 400 pcs per corner. (S Machine IFEMC Vertical MC
2. FRIELNAMSOIIUT I Circular interpolation from solid block
(?ilrzulil IrJI;l/tegr;]ﬂol::;lt:i o " EA Partname | #82REF5 Bridge construction part
il
T S WHHE  Maera | SM490
*SI.
iE & Hardness —
- B & Tool No. SICM5016532-5N
X
=] % & Grade ZPMT160408R, JC5040
EIHLRE Ve, n 850(min), 133(m/min)
*E ) RE Vi, f 350(mm/min), 0.41 (mm/rev)
(2]
(=
el
7:33 § ap 5(mm)
% 8
5
& | LORENSDP341X270IVIUVTHNIT OO | © _. .
R | B AL—RCNITEL, J—-5Yhk  Coolant BT Dry cut
5 | SIC could cut 341 dia. x27mm deep bore from solid
é block by circular interpolation without chatter. {E PR Machine IIFMC  Vertical MC
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S i d 6 ~ C h i Q Q e I’ Indexable End Mill SIC type

'F".G:‘dﬂ'-ﬂﬁn.nﬂr J1LRFvY] \"_O%ZEWHJ%#

Recommended cutting conditions for "Side-Chipper"

v LTISAAX SICMOO 10/ (IBHIDINI) End Mill type: SICM__10 insert's type — Shoulder cutting

TEZ(mm) Tool dia.

It FvIHiE| tEIRE
Materials Grade Parameter ¢1 6 ¢20 ¢25 ¢32 ¢40 ¢50
ezEs n(min-) 2,990 2,390 1,910 1,500 1,200 960
Carbon steel 165040 Vi(mm/min)| 720 860 920 900 870 810
(S50C, S55C) ap(mm) 3 3 3 3 3 3
150-280HB ae (mm) 5 6 8 10 12 15
in-1
Eaa n(min-) | 2,990 2,390 1,910 1,500 1,200 960
Alloy steel 15040 Vi(mm/min)| 600 720 770 750 720 680
(SCM440) ap(mm) 3 3 3 3 3 3
150-280HB ge(mm) 5 6 8 10 12 15
SUN—RE n(min-) 2,390 1,910 1,530 1,200 960 770
Mold steel JC5040 |Vi(mm/min) 480 580 620 600 580 540
(NAK, P20) JC5015 |ap(mm) 2 2 2 2 2 2
280-400HB e (mm) 5 6 8 10 12 15
TEH n(min-) 2,390 1,910 1,530 1,200 960 770
Tool & Die steel 105040 Vi(mm/min) 480 580 620 600 580 540
(S:(sDéﬂ ,zggﬁé 1) ap(mm) 2 2 2 2 2 2
- 3e (mm) 5 6 8 10 12 15
257U n(min-) 2,190 1,750 1,400 1,100 880 700
Stainless steel JC5015 | Vf(mm/min) 440 530 560 550 530 490
(SU1353(§34,2 ggl_slgw) (JC5040) |ap(mm) 2 P 2 2 2 2
- 3e (mm) 5 6 8 10 12 15
nFHiEs n(min') 3,190 2,250 2,040 1,600 1,280 1,020
Cast iron JC5015 |Vi(mm/min)] 900 1,070 1,140 1,120 1,080 1,000
(FC250, FC300) (JC5040) |ap(mm) 3 3 3 3 3 3
160—-260HB e (mm) 5 6 8 10 12 15
. in-1
554 aEk n(min-) | 2,990 2,390 1,910 1,500 1,200 960
Nodular cast iron J05015 Vf(mm/mln) 720 860 920 900 870 810
(FCPGOO,BE%%OO) (JC5040) |ap(mm) 3 3 3 3 3 3
70~ ae(mm) 5 6 8 10 12 15
R n(min-) 6,000 4,780 3,820 3,000 2,400 1,900
PIWEZOLGE Vi(mm/min)| 1,800 2,150 2.300 2250 2,000 1,900
Aluminum alloy FZ15 E 3 3 3 3 3 3
50—110HB BT
8e (mm) 5 6 8 10 12 15

N EENRE, Vi EWERE, ap: THAHRE, Qe: EvI71—K

) 1. LSRRI ERBIES KU D —IBIECHU TR EE W,
2. OV 79 A FEREE. LERHEFDA0~60%EHAGHRS (@p) FIcIFEURE (V) ZRIF TS,

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

2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.

N : Spindle speed, Vf: Feed speed, ap: Depth of cut, ae: Pick feed



// DIJET

v IIFALTITSAA SICMOO 10 GEIII) End Mill type: SICM__10 insert's type — Slotting

TEZ(mm) Tool dia.

Gl FwIMT& tDBISKEG
Materials Grade Parameter ¢1 6 ¢20 ¢25 ¢32 ¢40 ¢50
seEs n(min) 2,790 | 2230 | 1,790 | 1,400 | 1,120 900
(%%%’gnssggg') JC5040 |Vi(mm/min) 560 670 720 700 680 630
150—-280HB ap(mm) ~3 ~3 ~3 ~3 ~3 ~3
ES2 N(min-") 2,790 2,230 1,790 1,400 1,120 900
f\s','gmfg)' JC5040 |Vi(mm/min) 450 540 580 560 540 510
150~280HB ap(mm) ~3 ~3 ~3 ~3 ~3 ~3
SUIN—R n(min-) 2190 | 1,750 | 1,400 1,100 880 700
Mold steel JC5040 .
(NAK. P20) 15015 Vi(mm/min) 350 420 450 440 430 400
280-400HB ap(mm) ~2 ~2 ~2 ~2 ~2 ~2
TESE Nn(min-1) 2,190 1,750 1,400 1,100 880 700
(TSO}?[') & DéBKS[}‘ﬁ') JC5040 | Vi(mm/min) 350 420 450 440 430 400
150-255HB ap(mm) ~2 ~2 ~2 ~2 ~2 ~2
AT Nn(min") 1,990 1,600 1,280 1,000 800 640
Stainless steel JC5015 )
(SUS304,5US316) | (ygsp4g) T™™MI| 320 390 410 400 390 360
150-250HB ap(mm) ~2 ~2 ~2 ~2 ~2 ~2
nRIHiEk e Nn(min-1) 2,990 2,390 1,910 1,500 1,200 960
(chggt ron0) Josoap) Vil 720 860 920 900 860 810

160—-260HB ap(mm) ~3 ~3 ~3 ~3 ~3 ~3
547494 )55k nmin") | 2,790 | 2,230 | 1,790 | 1,400 | 1,120 | 900
Nodular cast iron JC5015 :

(FCD600, FCD700) (JC5040) Vi(mm/min) 560 670 720 700 680 630
170—300HB ap(mm) ~3 ~3 ~3 ~3 ~3 ~3

FILEo aas N(min-1) 6,000 4,780 3,820 3,000 2,400 1,900

J =— =

Aluminum alloy FZ15 Vi(mm/min)| 1,200 1,430 1,530 1,500 1,440 1,330
50-110HB e 3 — - —3 —3 ~3
N EENRE, Vi EWERE, ap: ThAHRE, Qe: EvI71—K n : Spindle speed, Vf: Feed speed, ap: Depth of cut, e : Pick feed

) 1. LSRRI ERBIES KU D —IRIECHU TR LTV,
2. OV 79 A FEREE. LELREFDI0~60%EHAGHRS (@p) FIIFEVRE (V) ZRIF TS L,

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

2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.



Side-Chipper

Q Q Indexable End Mill SIC type
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Recommended cutting conditions for "Side-Chipper"

DI04 TISARX SICMOO 16#2(IBHEIDINI) End Mill type: SICM__16 insert's type — Shoulder cutting

TEZ(mm) Tool dia.

tHI2 FvIHiE| tEIRE
Materials Grade Parameter ¢30 ¢32 ¢40 ¢50
=i n(min-1) 1,600 1,500 1,200 960
Carbon steel 165040 VE(mm/min) 870 810 870 870
(S50C, S55C) ap(mm) 5 5 5 5
150-280HB e (mm) 9 10 12 15
oo n(min-) 1,600 1,500 1,200 960
Alloy steel e Vi(mm/min) 720 680 720 720
(SCM440) ap(mm) 5 5 5 5
150-280HB 8e(mm) 9 10 12 15
S N—RSE n(min') 1,280 1,200 960 770
Mold steel JC5040 | Vf(mm/min) 580 540 580 580
2(8N5\K4gg|3)8 JC5015 |ap(mm) 3 3 3 3
- 8e(mm) 9 10 12 15
TEm n(min-) 1,280 1,200 960 770
Tool & Die steel 05040 Vf(mm/min) 580 540 580 580
(s:<Dg1 ’ZSKIEI)I; 1) ap(mm) 3 3 5 3
50-255
8e(mm) 9 10 12 15
2F IS n(min-) 1,170 1,100 800 700
Stainless steel JC5015 | VE(mm/min) 530 500 480 530
(SUS304, SUS316) | (Jc5040) |ap(mm) 3 3 3 3
150-250HB e (mm) 9 10 12 15
B n(min') 1,700 1,600 1,280 1,020
Cast iron JC5015 | Vi (mm/min) 1,020 960 1,020 1,020
(FC250, FC300) (JC5040) |ap(mm) 5 5 5 5
160-260HB ao(mm) 9 10 12 15
54454 Lk n(min-) 1,600 1,500 1,200 960
Nodular cast iron JC5015 | Vi(mm/min) 870 810 870 870
(FCD600, FCD700) (JC5040) |ap(mm) 5 5 5 5
170-300HB e (mm) 9 10 12 15
R n(min-) 3,200 3,000 2,400 1,900
PIWEZOLGE Vi (mm/min) 1,920 1,800 1,920 1,900
Aluminum alloy FZ15
50-110HB ap(mm) 5 5 5 5
3e (mm) 9 10 12 15

N EENRE, Vi EWERE, ap: THAHRE, Qe: EvI71—K

) 1. LSRRI ERBIES KU D —IBIECHU TR EE W,

N : Spindle speed, Vf: Feed speed, ap: Depth of cut, ae: Pick feed

2. OV 79 A FEREE. LERHEFDA0~60%EHAGHRS (@p) FIcIFEURE (V) ZRIF TS,

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.
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IvIIFALTITSAA SICMOO16HGEIII) End Mill type: SICM__16 insert's type — Slotting

TEZ(mm) Tool dia.

HWHEIA FvTHE| YIHISR
Materials Grade Parameter 30 32 40 ®50
o i n(min) 1,490 1,400 1,120 900
(%%%)g,nsz[ggl) JC5040 | Vi(mm/min) 670 630 680 680
150-280HB ap(mm) ~5 ~5 ~3 ~5
EosH n(min™) 1,490 1,400 1,120 900
f\s','gmzeg)' JC5040 | VE(mm/min) 540 510 540 540
150-280HB ap(mm) ~5 ~5 =g ~3
TUN—R V8 n(min-) 1,170 1,100 880 700
(I\IGXE, SPtggl) jggg:g Vi(mm/min) 430 400 430 420
280-400HB ap(mm) ~3 ~3 ~D ~3
TER n(min-) 1,170 1,100 880 700
('go}?[l) 51 ,DISBKS[}?T) JC5040 | Vf(mm/min) 430 400 430 420
150-255HB ap(mm) ~a ~3 ~D ~3
2578 n(min') 1,070 1,000 800 640
(Sgtsaégf,sgjgeeﬂe) (jggglg) Vi(mm/min) 390 360 390 390
150—-250HB ap(mm) ~3 ~3 ~> ~3
ncg:aj:ﬁ% Jesots n(min™) 1,600 1,500 1,200 960
(Fczg(SJt, IFrggom (JC5040) Vi(mm/min) 820 770 820 820
160-260HB ap(mm) ~5 ~5 ~3 ~5
54454 L5 n(min-) 1,490 1,400 1,120 900
FOEET) | sy ol o0 wo |0 | ew
170-300HB ap(mm) ~5 ~5 ~3 ~5
n(min-) 3,200 3,000 2,400 1,900

ZIL=SZOLEE

Aluminum alloy FZ15  |Vi(mm/min) 1,440 1,350 1,440 1,430
50-110HB e s s s s

N EERE, Vi E)RE, ap: YHAHRE

) 1. LSRRI ERBIES KU D —IRIECHU TR LTV,

N : Spindle speed, Vf{: Feed speed, &p: Depth of cut

2. OV 79 A FEREE. LELREFDI0~60%EHAGHRS (@p) FIIFEVRE (V) ZRIF TS L,

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.
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)

=0

YTFFw)(—

ﬂ.‘ij’:.;n.mr AL RFvI \"—O%ﬁﬂ]ﬁ“%ﬁ
VeI ILTITISA4 A SICM2513% End Mill type: SICM2513 type

Recommended cutting conditions for "Side-Chipper"

BRI FvIMiE| UIHISRF BHIOINT BT
Materials Grade Parameter Shoulder cutting Slotting
= N(min") 1,910 1,790
Carbon steel JC5040 V{(mm/min) 860 650
(S5OC, S55C) ap(mm) 4 ~4
150-280HB e (mm) 8 _
Ea2H Nn(min-1) 1,910 1,790
Alloy steel Vi(mm/min) 690 540
(SCM440) AL ap(mm) 4 ~4
150-280HB e (mm) 8 _
Mold steel JC5040 | Vf(mm/min) 560 420
(NAK, P20) JC5015 |ap(mm) 25 ~25
280-400HB ae (mm) 8 _
TE n(min-) 1,530 1,400
Tool & Die steel Vi(mm/min) 560 420
(SKD64, SKD11) N 25 ~25
Xj—_JUZm Nn(min-1) 1,400 1,280
Stainless steel JC5015 | V(mm/min) 510 390
(SUS304, SUS316) | (JC5040) |ap(mm) 25 ~25
150-250HB ae(mm) 8 —
RFHEEN Nn(min-1) 2,040 1,910
Cast iron JC5015 | Vf(mm/min) 1,040 580
(FC250, FC300) (JC5040) |ap(mm) 4 ~4
160—260HB e 8 _
. in-1
554 )8k A{minT) 1,910 1,790
Nodular cast iron JC5015 | Vi(mm/min) 860 650
(FCD600, FCD700) JC5040) |ap(mm) 4 ~4
( )
170-300HB e(mm) 8 _
L R N(min) 3,820 3,820
ZIEZULGE Vf(mm/min) 2,000 1,380
Aluminum alloy FZ15 ap(mm) 4 _a
50-110HB
8e(mm) 8 —
N EENRE, Vi EWERE, ap: THAHRE, Qe: EvI71—K n : Spindle speed, Vf: Feed speed, dp: Depth of cut, e : Pick feed

) 1. _EECDOUIHISRA S RIS KU —IBIECRU TREBLIEE L,
2. OV 79 A FEREE. LERHEFDA0~60%EHAGHRS (@p) FIcIFEURE (V) ZRIF TS,

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.



// DIJET

NP IALTTSA A Facemill type

EIAA Fy T iE YIELERE TAHODEDE | THAHRS: ap tIHINE: Qe
Materials Grade Cutting speed feed per tooth
(m/min) (mm/t) (mm) (mm)
Carbon steel 150 0.20
(S50C, S550) JES040 1 (go~200) (0.1~0.25) 5 0.60c
150-280HB
T 120 0.1
Tool & Die steel 15
(SKD61, SKD11) J65040 (80~150) (0.1~0.2) 8 noe
150-255HB
RFHH%
Cast iron JC5015 150 0.20 5 0.6D
(FC250, FC300) (JC5040) (80~200) (0.1~0.25) e
160—-260HB
AT VLA
Stainless steel JC5015 110 0.10 3 06D
(SUS304, SUS316) | (JC5040) |  (80~200) (0.05~0.15) OHC
150-250HB
PIE=OLES 300 0.20
Aluminum alloy FZ15 (200~500) (0.1~0.25) 5 0.6Dc

50-110HB




Side-Chipper

Q Q Indexable End Mill SIC type

-

-

YTFFw)(—

i Sk kv p - M e )\ e d::[ =0t kg E R Recommended cutting conditions for "Side-Chipper”

AN LY F v I EREO;EREIT  Attention to use for SIC diamond insert

. RAYBAFEAp=4mm&LFT,

2. R AYIEIEE Vc=1,000m/minTd,

1. Recommended Max. depth of cut @p is 4mm.
2. Recommended Max. cutting speed Vc is 1,000m/min.

@ Vv I9L4TITIS5A4RX SICMOO 10/ (IBHIDANI) End Mill type: SICM__10 insert's type — Shoulder cutting

" " E/z .
Al FoUTHTE NI 22
Materials Grade Parameter ¢1 6 ¢20 ¢25 ¢32 ¢40 ¢50
= ~ N(min") 6,000 4,780 3,820 3,000 2,400 1,900
PIVZZOLEE Vimm/min)| 1,800 | 2,150 | 2,300 | 2,250 | 2,000 | 1,900
Aluminum alloy JDA10
50-110HB ap(mm) 3 3 3 3 3 3
8e(mm) 5 6 8 10 12 15
@ IvIOFLTITSAA SICMOO 10/ GENNI) End Mill type: SICM__10 insert's type — Slotting
: =P .
M FoTHE YOI LR (mm) Tool da
Materials Grade Parameter ¢1 6 ¢20 ¢25 ¢32 ¢40 ¢50
Nn(min-1 6,000 4,780 3,820 3,000 2,400 1,900
LS LES min
Aluminum alloy JDA10 |Vi(mm/min) 1,200 1,430 1,530 1,500 1,440 1,330
50-110HB
ap(mm) ~2 ~2 ~2 ~2 ~2 ~2
N EERE, Vi X)RE, ap: VhAKEE, Qe: EvIT71—F n : Spindle speed, Vf: Feed speed, ap: Depth of cut, e : Pick feed

) 1. _LEEOVIRISRA . EIREIES KO0 —JRIEICINU T EE L,
2. OV T 94 FEAEE. LEEREDA0~60%HAHRE (@p) FTlFEVRE (V) ZTIF TS,

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

2. In case of use for long type end mills, reduce the depth of cut ap by 60 to 40% or Feed speed.



YL RFvIN— TEI1S5—AYR EEUEIRGE
TYPE

A/ oroET
Recommended cutting conditions for MIC and MSN

EIAS5—AYRMICH (Fv T 10/2) + BE—E(TJ1S5—\YRAA—IVIBEY v+ 7—I\) ZCMT 10... insert's type
TEZ(mm) Tool dia.

o ?\\ 7
HEIAA MJE 16/18 20 20/22
Materials Grades H# No. of teeth 2N F# No. of teeth 2N H# No. of teeth 3N
2 ap n Vit 2 ap n Vi 2 ap n Vi
(mm) (mm) (min) (mm/min) (mm) (mm) (min') (mm/min) (mm) (mm) (min) (mm/min)
PR 70 06 | 3580 | 2150 70 07 | 2,860 | 1,300 70 07 | 2,860 | 1,860

(S50C, S55C)

BE250HBLLT | 05040 120 | 05 | 3,180 | 1590 | 120 | 05 | 2550 | 1,300 | 120 | 05 | 2550 | 1,660
Carbon steel

(€50, C55
000,056 160 | 03 | 2980 | 1,490 | 190 | 02 | 2,390 | 1,100 | 190 | 02 | 2390 | 1,550
FUN—RVi 70 | 06 | 3180 | 1600 | 70 | 07 | 2550 | 1050 | 70 | 07 | 2550 | 1,530

(HPNI7, PX5 NAKS0, P20) | JCD040

BE30-43HRC | jo5015 120 | 05 | 3180 | 1,600 | 120 | 05 | 2550 | 1,050 | 120 | 05 | 2550 | 1,530
(1'\/2|%|1d13tgf2’|0) (40HRCLLE)
. , 45015
so-sshre. |@eowdl 160 | 0.3 | 2,980 | 1490 | 190 | 02 | 2300 | 990 | 190 | 02 | 2,390 | 1,530

TEH 70 0.6 3,180 | 1,600 70 0.7 2,550 | 1,050 70 0.7 2,550 | 1,530
(SKD61, SKD11)

BEC255HBRUR | yo5040| 120 05 | 3,180 | 1,600 | 120 05 | 2,550 | 1,050 | 120 05 | 2,550 | 1,530

Die steel
112544, 2375) 160 | 03 | 2980 | 1,490 | 190 | 02 | 2390 | 990 | 190 | 02 | 2,390 | 1530
25U 70 | 06 | 3180 1600 | 70 | 07 | 2550 | 1050 | 70 | 07 | 2550 | 1530
(SUS304)

@ 250HBLLT|JC5015 | 120 0.5 2,980 | 1,490 120 015 2,390 990 120 0.5 2,390 | 1,400
Stainless steel
Below 250HB 160 0.3 2,980 | 1,490 190 0.2 2,390 990 190 0.2 2,390 | 1,400

IEANER 70 0.4 | 1,400 350 70 05 | 1,100 255 70 05 | 1,110 420
(SKD61, SKD11)
BEx40-50HRC | jc5015| 120 03 | 1200 | 300 | 120 03 950 | 220 | 120 03 950 | 330
Hardened die steel
(1.2344,1.2379)

0-20HRC 160 | - - - | 190 | - - - 19 | - - -
-(% ﬁ%) 70 | 06 | 2980 | 1,800 | 70 | 07 | 2400 1320 | 70 | 07 | 2400 | 1,680
FC, FCD

BEE300HBELR | jo5015| 120 | 05 | 2,980 | 1,650 | 120 | 05 | 2400 | 1,320 | 120 | 05 | 2,400 | 1,580
Grey & Nodular cast iron

(GG, GGG)
Below 300HB 160 0.3 2,500 | 1,380 | 190 0.2 2,070 | 1,130 | 190 0.2 2,070 | 1,400

A 70 | 20 | 8000 | 4000 | 70 | 20 | 6400 | 3200 | 70 20 | 6,400 | 4,480
7IWIZULES
BE50-110HB | 795 | 120 15 | 8,000 | 3,600 | 120 15 | 6,400 | 3,200 | 120 15 | 6,400 | 4,160
Aluminum alloy
50-110HB

160 1.0 6,700 | 3,000 190 1.0 5,600 | 2,520 190 1.0 5,600 | 3,640

N 70 2.0 | 8,000 | 4,000 70 20 | 6400 | 3,200 70 20 | 6,400 | 4,480
TIEZULES
BEX50-110HB | jpa10 | 120 15 | 8,000 | 3,600 | 120 15 | 6,400 | 3,200 | 120 15 | 6,400 | 4,160
Aluminum alloy
50-110HB

160 1.0 6,700 | 3,000 | 190 1.0 5,600 | 2,520 [ 190 1.0 5,600 | 3,640

0 IRIVERHLEY, ap: YhAHFES, n: TEREEE, Vi EEE 0 : Overhung length, ap : Depth of cut, N : Spindle speed, Vi: Feed speed

) 1. LEROUIBIRAE BRI S SUT—TBIEICEUTRE RV,
2. UUUD LB SR, SIABRS & ERBELV R LTRE V. 550 B OIHREE FFTRAEE .
3. BUHIDB G DEREE S LRV RE(F LSEHED70%(C I TS L,
212U, 0¥ 1 50mmEL EDIBE (. BEIHIIFHERERE B A, tIHIIBAeld 1/ 2DCA T TRERLIZE L,

Note) 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
3. In case of full slotting recommend to reduce the spindle speed n and feed speed Vf to 70% of above figures.
But do not recommend full slotting if overhung length is over 150mm, reduce the width of cut up to 1/2Dc.
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YA RFYIN— EI21S5—AYR EEHISRGE

Recommended cutting conditions for MIC and MSN

EIAS5—AYRMICH (Fv T 137#2) + BE—E(TJ1S5—\VRAA—IVIBEY v+ 7—I\) ZPMT 13... insert's type

Fv7

TEZ(mm) Tool dia.

WA s 22 25/ 27 40
Materials Grades X#L No. of teeth 2N XL No. of teeth 3N X# No. of teeth SN
2 ap n : 2 ap n Vi 2 ap n Vi
(mm) (mm) (min) (mm/min) (mm) (mm) (min) (mm/min) (mm) (mm) (min") (mm/min)
R 70 07 | 2,600 | 1,300 90 10 | 2,290 | 1,500 | 100 15 | 1,430 | 1,070
(S50C, S55C)
BE250HBLLT | 05040 120 | 05 | 2,600 | 1,300 | 140 | 06 | 2,290 | 1500 | 150 | 1.0 | 1430 | 1,070
Carbon steel
€50, C55
Bé,ow 250,4)3 190 03 | 2200 | 1,700 | 210 03 | 1,900 | 1,230 | 210 04 | 1,430 | 860
TUN—R4 70 07 | 2,320 | 1,050 90 1.0 | 2,040 | 1,230 | 100 15 | 1,300 | 975
(HPNI7, PX5NAK0, P20) | JC5040
BE30-43HRC| jo5015| 120 | 05 | 2,320 | 1,050 | 140 | 06 | 2,040 | 1230 | 150 | 1.0 | 1300 | 975
Mold steel (40HRCLLE)
(1.2311, P20) (poos0te )
30-43HRC | 190 03 | 2200 | 990 | 210 03 | 1,900 | 1,140 | 210 04 | 1,300 | 780
TEHR 70 07 | 2,320 | 1,050 9 1.0 | 2,040 | 1,230 | 100 15 | 1,300 | 975
(SKD61, SKD11)
ﬁEiggi:EluT Jc5040| 120 05 | 2,320 | 1,050 | 140 06 | 2,040 | 1,230 | 150 1.0 | 1,300 | 975
(1.2344,1.2379)
Below 255118 190 03 | 2200 | 990 | 210 03 | 1,900 | 1,140 | 210 04 | 1,300 | 780
zij)@m 70 07 | 2,320 | 1,050 9 1.0 | 2,040 | 1,230 | 100 15 | 1,300 | 975
SUS304
& 250HBLL T [JC5015| 120 05 | 2200 | 990 | 140 06 | 1,900 | 1,140 | 150 1.0 | 1,200 | 900
Stainless steel
Below 250HB 190 03 | 2200 | 990 | 210 03 | 1,900 | 1,140 | 210 04 | 1,200 | 720
IRANS 70 05 | 1,010 | 255 9 0.7 890 | 340 | 100 0.8 560 | 330
(SKD61, SKD11)
BEx40-50HRC | j05015| 120 03 870 | 220 | 140 0.4 765 | 265 | 150 05 480 | 280
Hardened die steel
(1.2344, 1.2379)
10-20HRe 190 - - - 210 - - - 210 0.3 480 | 280
'(% %E) 70 07 | 2,200 | 1,320 90 1.0 | 1,900 | 1,330 | 100 15 | 1,200 | 1,050
FC, FCD
BEE300HBELR | jo5015| 120 | 05 | 2,200 | 1,320 | 140 | 0.6 | 1,900 | 1,250 | 150 1.0 | 1,200 | 1,050
Grey & Nodular cast iron
(GG, GGG)
Below 300MB 190 03 | 1,880 | 1,130 | 210 03 | 1,600 | 1,040 | 210 04 | 1,000 | 900
A 70 20 | 5800 | 2,900 9 20 | 5100 | 3,570 | 100 3.0 | 3,200 | 2,800
7IWIZULES
BES50-110HB | 795 | 190 15 | 5800 | 2,900 | 140 15 | 5100 | 3,320 | 150 20 | 3,200 | 2,800
Aluminum alloy
50-110HB
190 1.0 | 5000 | 2,500 | 210 1.0 | 4,300 | 2,800 | 210 15 | 2,700 | 2,400

0: IPRIVBHLES, ap: IAHRE, n: TEREERE, Vi: R)ERE

) 1. LEEDOLIEISRAE MBS KO —IRIECHU THREL LT,
2. CUUDRELUIZE [ VHAHFRS Z LEEHMBL ©EULTREV, 5DV FOEEREZ FFTERLEE L,

2 : Overhung length, ap

3. BYHIDEGF. OEEE S KOEVERE(F _EFEEED70%ICTIFTILEE W,
212U, @Y1 80mmEL L DIZE (& BYIH ISR EFRE B Ao tIHIEGe(E 1/2DCA T TREALIES L,

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

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

3. In case of full slotting recommend to reduce the spindle speed n and feed speed Vf to 70% of above figures.
But do not recommend full slotting if overhung length is over 180mm, reduce the width of cut up to 1/2Dc.

: Depth of cut, N : Spindle speed,

Vi : Feed speed



YA RFvIS— TEI1S5—AYR EEEIRGE
TYPE

A/ oroET
Recommended cutting conditions for MIC and MSN

FEIaS5—AYRMICH: (Fv T 16#/2) + BE—E(EI1S5—NvyREBEA—IVBEY v 7—I\) IPMT 16... insert's type
TEZ(mm) Tool dia.

AR ?ﬁg 25/21 32/35 30/32 40
Materials Grades XL No. of teeth 2N %L No. of teeth 2N %% No. of teeth 3N XL No. of teeth 4N
2 ap n Vit 2 ap n Vit 2 ap n Vit 2 ap n Vit
(mm) (mm) (min?) |(mm/min)| (mm) (mm) (min)  [(mm/min)[ (mm) (mm) (min”)  [(mm/min)[ (mm) (mm) (min) |(mm/min)
PR 90 | 1.0 |2,120{1,070| 100 | 1.5 |1,790| 900| 100 | 1.5 |1,790/1,070| 100 | 1.5 |1,430|1,000

(S50C, S55C)

@%*azrg’g]“st%%* JC5040| 140 | 0.6 |2,120/1,070| 150 | 1.0 |1,790| 900| 150 | 1.0 |1,790|1,070| 150 | 1.0 |1,430| 1,000

(€50, C55
000,056 210 | 03 1,770 890| 210 | 0.6 1,490 745| 210 | 05 (1,490 970| 210 | 04 |1,430| 720
FUN—RVi 90 | 1.0 |1,890| 850| 100 | 1.5 1,600 720| 100 | 1.5 |1,600| 860| 100 | 1.5 |1,300| 780

(HPMI7, PX5,NAKS0, P20) | JCS040

BE30-43HRC | jo5015| 140 | 0.6 [1,800| 850| 150 | 1.0 1,600 720| 150 | 1.0 |1,600| 860 150 | 1.0 |1,300| 780
(1'\/2|%|1d13tsg|0) (40HRCLLE)
2311, 45015
so-aahre. |@eowd| 210 | 0.3 |1,770| 800| 210 | 0.6 |1,490| 670 210 | 05 |1,490| 870| 210 | 0.4 |1,300| 590

TEH 90 | 1.0 |1,890, 850| 100 | 1.5 |1,600] 720( 100 | 1.5 (1,600, 860| 100 | 1.5 |1,300| 780
(SKD61, SKD11)

BEE255HBLIT | yo5040| 140 | 0.6 1,890 | 850| 150 | 1.0 |1,600| 720 150 | 1.0 |1,600| 860| 150 | 1.0 |1,300| 780

Die steel
2944, 1.2570) 210 | 0.3 1,770| 800| 210 | 06 1,490 670 210 | 0.5 1490 870| 210 | 04 1300 590
25U 90 | 1.0 |1,890| 850| 100 | 15 1600 720| 100 | 15 1,600 860| 100 | 15 |1300| 780

(SUS304)
@ 250HBLL T |JC5015( 140 | 0.6 |1,770| 800| 150 | 1.0 |1,490| 670( 150 | 1.0 |1,490| 870 150 | 1.0 [1,200| 720

Stainless steel
Below 250HB 210 | 0.3 |1,770| 800( 210 | 0.6 |1,490| 670| 210 | 0.5 |1,490| 870| 210 | 0.4 |[1,200| 580

IEANER 90 | 07 | 825| 250| 100 | 0.8 | 700| 210| 100 | 0.8 | 700 260| 100 | 0.8 | 560| 270
(SKD61, SKD11)
BEx40-50HRC | j05015| 140 | 0.4 | 710| 210| 150 | 0.5 | 600| 180| 150 | 0.5 | 600 225| 150 | 0.5 | 480| 230
Hardened die steel
(1.2344,1.2379)

10-50HRC 210 | - | - | - |210 | 03 | 600 180| 210 | 02 | 600 225/ 210 0.3 | 480 230
-(% ﬁs&) 90 | 1.0 1,770 1,060 100 | 15 |1,500 900| 100 | 1.5 |1,500|1,100| 100 | 15 |1,200 840
FC, FCD

BEE300HBELT | jo5015| 140 | 0.6 1,770 (1,060 150 | 1.0 |1,500| 900| 150 | 1.0 |1,500|1,100| 150 | 1.0 |1,200 840
Grey & Nodular cast iron

(GG, GGG)
Below 300HB 210 | 0.3 [1,590| 950| 210 | 0.6 |1,250| 750| 210 | 0.5 1,250 940| 210 | 0.4 |1,000| 720

N 90 | 25 |5100|2,550| 100 | 3.0 |4,000/2,000| 100 | 3.0 |4,000/2,800| 100 | 3.0 |3,200|2,240
7IWIZULES
BES0-110HB | £715 | 140 | 1.5 |5,100|2,550| 150 | 2.0 |4,000/2,000| 150 | 2.0 |4,000(2,800| 150 | 2.0 |3,200|2,240
Aluminum alloy
50-110HB

210 | 1.0 |4,300/2,150| 210 | 1.5 |3,350|1,500| 210 | 1.5 |3,350/2,200| 210 | 1.5 |2,700|1,760

0 IPRIVERHEULESE, ap: YhAAHFEE, n: TEREERE, Vi EEE 2 : Overhung length, a@p : Depth of cut, N : Spindle speed, Vf: Feed speed

) 1. _EEROYIHIREE ERANES S U0 — TR TREL 2T,
2. UUUDRELBE(R, SIABRS & LRBELV R LTSN 550V BEHEEE FFTRAEE L,
3 BHIDBEF. DIRRES SOREVREF ESCHED70%ICTFTEE 0,
2120, 0HY 1 80mmEL EDIBE I EUIHIIFHERBRE B Ao tTHINEAe(E 1/ 2D AT TERALIEE LY,

Note) 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
3. In case of full slotting recommend to reduce the spindle speed n and feed speed Vfto 70% of above figures.
But do not recommend full slotting if overhung length is over 150mm, reduce the width of cut up to 1/2Dc.
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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.
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