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The most suitable inserts from raw material to welding material. For high efficiency and longer tool life.

1. YIHIEH EED T HIEBE R MEL  SETEY D TTEE.
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Bz St EREICHE R 25%KiE !

Smooth and calm cutting and low cutting forces at higher feed rates.

Cutting forces reduced by 25% compared with conventional type. This is achieved by
use of a positive style insert with chipbreaker groove and edge notches. Double insert
design gives the cutter a smooth cutting action and excellent production.
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Plunge cutting possible because of better crack-resistance on cutting
nose portion.

By providing sub chip pocket at spiral nose R-portion to eject chips smoothly and
improves crack-resistance (except for semi-finishing insert -H type).
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Reliable insert location and improved security for heavy operations.

Fitness of clamping key is improved to prevent insert movement during the cutting
action and inserts thickness adapted giving increased impact strength for safe
production.

4.7k)L9 108 {ERISHF#No.1,

EXFDS8HEICI A - — R EZDEFS AV Fv T,
VY- E—KICHEAL. 1081843,
108 bodies variety is the best in the world.

Added 50 different types on existing 58 types for die and mold making specification.
Extended Swing Ball series to 108 different types.

5. XA EICEN T YY=-BSLYFvY,

MitEA 4 ICBN T EE I+ RE OGNLIEC KL  RETES65HRC
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Adopted GN surface-hardening treatment on thermal resistant high strength steel
gives high hardness over 65HRC and secure insert pocket and holder against thermal
deformation, improved body durability and tool life by 30% or more. Make it difficult
to be damaged even under severe cutting conditions. Also rust-proof and
anti-welding effect is much improved.
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1 Available now 16mm end mill type & modular head type.
Improving nose radius accuracy can be possible from roughing to semi-finishing.

RBEOFvITINUI—-Y3ay

Inserts series expansion.
BRIATITIA, JOL:: 208 WO 12U R Ol i | D391 T&S51 Yy BEICRUETFEBINTICHIG,

Available now 3 type Inserts suitable for various uses.

OERMAZ (-NA2)

Insert for low cutting forces (-N type)

1. IHIE R RERRZ £ LB U 1 5%(EiR ! UUWIERL tIHIS B SICEEN IRECOM T
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1. 15% reduced cutting forces compared with regular type. More smooth and calm cutting are achieved.

2. Completely broke the chips and improved chip ejection by adopting new edge notches.

MEIEIIERE Cutting performance

@IV FHIR Chip formation

SIVhvk 7y Ik
Down cut Up cut
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OIS FRIARDLEE:
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OtIHIIEH (§77) DLLEL  Cutting force comparison @SKD1158pEEE ($50) Tool life comparison for 1.2379 (217HB)

#HI#4 Material : SKD11(217HB) 1.2379 (217HB)

TER Tool dia. : p50mm

N=1,082min", Vc=170m/min, Vf=650mm/min, f=0.5mm/rev
dp=10mm, de=10mm, §"9>#7wk Down cut

#HlI44 Material : SKD11(217HB) 1.2379 (217HB)

N=1,350min"", Vc=212m/min, V{=810mm/min, f=0.6mm/rev
ap=10mm, a@e=10mm, §'5>Hvhr&7vFHwhk Down & Up cut
I7—7J0O— Airblow

(N)

20,000 5 08 (IR -\ type

18,000 2 (JC5040)

s £, eE

< 0 % Regular type

14,000 g 06 / (UC5040)

12,000 05 .

10,000 E Azt Competitor A
8,000 m 0.4 (L]
6,000 W, m
4000 | Bt Competitor B

’ i (i EET LK)
2,000 A 0.2 A
0 HIEREZ100&EULTEBS  Regular type insert : 100 %’J 0.1
OB
{KEHAZ TERRZ Att Bt 0 ! L . L L L
-N type Regular type | Competitor A | Competitor B 5 10 15 . 20 25 30
W Bl subiade | 5890 | 7525 | 6454 | 7783 MITH(m) - Cutting length
M =3 Main blade| 7,901 8,524 8,671 8,925

h

RERBICLE~R1.66E7 v
mpared with regular type insert, -N type insert (for low cutting force
improved tool life by 1.6 times.

ERAZICLEN15%9 D>

pared with regular type insert, -N type insert (for low cutting force
reduced 15% cutting force.

@PEEYH (-WHZ) Insert for welding & hardened steel (-W type)
1. AZICEEZF . SAMEZERALSS®
2. NEEWNII I8 & URERH (50HRC~) [CBHML. IEE [CHEFR!

1. Improved insert strength and adopting new grade achieved longer tool life.
2. Suitable for welding & hardened steel (over 50HRC).

@ thit EIFA (EHDFH -HFE)

Insert for semi-finishing (main blade -H type)

1. $20.¢25. 30 Z351 VFv 7 @IHIF. SWB2:*+HS (EH £E—#17E) ZEF)
2. (EREICHENBEEHIHMORBEZ KL Ul EIC K, Pt EIFADERLTIEE,
FITAELTOERIGHELE A,

1. Main blades -H type for semi-finishing are available for ¢ 20mm, ¢ 25mm and ¢ 30mm.
Sub blades are use of regular inserts with same grade.

2. Able to use for semi-finishing by improving nose radius accuracy.
Do not recommend to use for roughing.

QHEFRF v T EDEL Insert comparison

eRIA S it EIFH
SWB-HM#Z SWB-HM-H#Z
Regular type insert Insert for semi-finishing
R min. 14.906 R min. 14.938
R max. 14.981 R max. 14.983
180° 180°
—0.05mm —0.05mm
R14.95 / +0.05mm R14.95 / +0.05mm
hyFRAHIFTORIEE ‘ius form accuracy on body
IBFNHKEL) | Large off the center T IFNHUNEL) _Small off the center
ERkI17 / - - / thit EIFF = -
SWB-HM \ / SWB-HM-HAz
|

Regular type insert

for semi-finishing
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é'?;’ Cat. No. Stock| X = 5’~J§ J%g R |@¢Dc| ¢ | 42| 4s | L | £1 |¢D1| 6n |9Ds Md
7 c g
SWB-20080S-S20 | ® | 1 1 2 30 | 80| 80 160 | — 187 — | 20 | — | 1
SWB-20120S-S20 | ® | 1 1 2 30 120 | 80200 — 187, — | 20 | — | 1
SWB-201708-S20 | ® | 1 1 2 10 | 20 30 (170 80| 250 — (187 — |20 | — | 1
SWBS2030825 o 1 1 2 30 80 | 100 | 180 | 40 |18.7/3°30'| 25 | — | 2
SWBM2030S25 o |1 1 2 30 | 100 | 100 | 200 | 40 |18.7| 2° | 25 | — | 2
SWBS2018S825 o |1 1 | — 18 | 70| 90 160 | 30 |18.7/3°30'| 25 | — | 3
SWB-25080S8-S25 | @ | 1 1 2 35| 80| 80 |160| — |235| — | 26| — | 1
SWB-25120S8-S25 | @ | 1 1 2 35 120 | 80200 — 235 — |25 | — | 1
SWB-251708-S25 | @ | 1 1 2 125 25 35 170 | 80250 | — |235| — | 25 | — 1
SWBS2535832 o 1 1 2 ) 35 | 80100 180 | 50 |235 | 7° | 32 | — | 2
A | SWBM2535832 e |1 1 2 35 | 100 | 100 | 200 | 50 |235 4° | 32 | — | 2
%E SWBS2522832 o |1 1 | — 22 | 70| 90160 | 35 |235| 6° | 32 | — | 3
S SWB-301208-S32 | @ | 1 1 2 41 1120 801|200 — |282| — | 32 | — 1
~ | SWB-30170S-S32 | @ | 1 1 2 41 (170 | 80| 250 — |282| — | 32 | — | 1
SWB-30220S8-S32 | @ | 1 1 2 15 | 30 41 1220 80300 — 282 — | 32 | — 1
SWBS3040832 o 1 1 2 41 1120 | 80200 60 [282| 1° | 32 | — | 2
SWBM3040832 ® |1 1 2 41 | 150 | 100 | 250 | 60 |28.2/0°40'| 32 | — | 2
SWBS3025832 ® 1 1 = 25 | 120 | 80200 | 50 |28.2| 1° | 32 | — | 3
SWBS3242832-G o |1 1 2 16 | 32 44 60| 120|180 | — |299| — | 32 | — 1
SWBM3242S32-G | ® | 1 1 2 44 60| 160 | 220 | — [299| — | 32 | — 1
SWBS4050842 ® |1 1 2 50 | 120 | 80| 200 — |36.9| — | 42 | — | 1
SWBM4050842 o 1 1 2 | 20 | 40 | 50 | 150 | 100 4 250 | 120 | 36.9 2°30'| 42 | — | 2
SWBS4035842 ® | 1 1 | — 35 120 | 80200 — |369| — |42 | — | 3
SWBS5060842 ® |1 1 2 95 | 50 60 | 100 | 100 | 200 | — |46.8| — | 42 | — | 4
SWBM5060S42 ® 1 1 2 60 | 100 | 150 | 250 | — |46.8| — | 42 | — | 4
S. 1| SWBS4050C508 o 1 1 2 20 | 40 50 | 120 | 80 | 200 | 100 |36.9| 18° |508| — | 5
g_‘aé SWBM4050C508 o |1 1 2 50 | 170 | 80| 250 | 150 | 36.9 | 18° |50.8 | — | 5
%_y;g SWBS5060C508 ® |1 1 2 95 | 50 60 | 120 | 80200, — |46.8, — |508 — | 5
= || SWBM5060C508 o 1 1 2 60 170 | 80| 250 | — |46.8| — |508| — | 5
) 1. AECF v TIHBALTHUE G Ao 2. BIITEDO T4 —LBEICOVTEP. 25T SREE L, EEIRHE Cutting conditions

3. ARICKUMIGFY T OEEEDNERIBIET . FyTDRERP.4ZTSIELIEE0,
Note) 1. All cutters are supplied without inserts. 2. Please see page 25 for machined form error.
3. Please see page 4 for inserts combination.

o ( O ¥ —H—7ERE R KiKndard stock items[XI XXX O (KK E &= Xbn to be stocked XX XK O KRS E < 7D R EEFEEE Dbn to be deleted




Straight shank type / Combination shank type
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WERGn Parts

957U clamp Screw L/>/3F Wrench FwF Inserts
INENA | ABEIA | FX-EIA | HENA X D) SEX
;(\j;;t"-\,-m ljg“ For main & sub | For peripheral | For main & sub | For peripheral Main blade Sub blade Peripheral blade
Applicable holders
Q
4D A
IS O
SWB220HM SWB220HS
S arzniasEaROCs)
¢ 20 DSW-307H ESW-206 A-10 A-08SD (For semi-finishing) (Be ;ure to choosenthe same gradleﬁas mainmade) ZCMT100308R
SWB220MMW SWB220MSW
(FREEDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB225HM SWB225HS
S REAo PR RERRROTE)
d) 25 DSW-4085 ESW-206 A-15 A-085D (For semi-finishing) (Ble ;ure fo choosenthe same gradﬁs maianIade) ZCMT100308R
SWB225MMW SWB225MSW
(RREXDINTA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB230HM SWB230HS
CELR | arzniR nEERROCH)
Q) 30 DSW-511H | CSW-407 A-20 A-15 (For semi-finishing) (Be ;ure to choosenthe same gradleﬁas mainmade) IM-SP32GS
SWB230MMW SWB230MSW
(RREDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB232HM-G SWB232HS-G
®32 TSW-511 ESW-206 A-20 A-08SD ZCMT100308R
SWB232MMW-G SWB232MSW-G
(RREEDINTA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB240HMN SWB240HSN
$40 | TSW-614H | ESW-406 | A-25 A-15 SPGA090304
SWB240MMW SWB240MSW SPMA090304
(RREDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB250HMN-N SWB250HSN-N
(IREH) (EIEHZ)
(For low cutting forces) (For low cutting forces)
¢ 50 HSW-614H | CSW-510 A-30 A-20 IM-SP43GS
SWB250MMW SWB250MSW
(RREDINTHA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)

) 1. $20. 925,930, p40DHEIRLI A TDHRIVS TG LEEDOHBEI B LUCABTIBARCEV Y FIEFRETT, U5V TRURE | #ENLS (N-m)
2. it EFA-HEENZERIBOBIAIE . U EDER—HBEERIEE W, B — - ecommenced orue
3. EEFNF (. BT ERNEBIN Y GRE-ND £y M) TER T W, elend o2

Note) 1. No need to use peripheral inserts, clamp screw and wrench for no peripheral blade type body of $20, 25, $30 and ¢40. ggm:;g?a g'?

2. In case of using main blade -H type for semi-finishing, be sure to use same grade for sub blade. TSW-511 55
3. In case of using -N low cutting force inserts, be sure to use same notched inserts for main blade and sub blade together. TSW-614H 75
HSW-614H 7.5
ESW-206 0.9
CSW-407 36
ESW-406 3.1
CSW-510 55
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== 0. of inserts
2% £ & IR x5 gie| 52 Fig.
27 Cat. o Sk Ne Mg BS| R oD £ | 42| 45 | L | £1|¢D1| 6n |@Ds| Md
P ° g
@ SWB-16050S-S16 | ® | 1 1| — 15 | 50| 80| 130| — |15 — |16 | — |12
@ SWBS1615S820 @ |1 1| —1| 8 |16 | 15 | 50| 80| 130|255 15 |1°30'| 20 | — | 3
@ SWBM1615S820 o | 1 1| — 15 | 100 | 80| 180 |25.5|15 1° 120 — | 3
SWBL2030S25 @ |1 1|2 30 | 100 | 150 | 250 | 40 |18.7| 2° | 25 | — | 2
SWBL2030S32 @ |1 1|2 30 | 100 | 150 | 250 | 40 |18.7|5°30'| 32 | — | 2
SWBE2030S32 o | 1 1|2 30 | 110 | 190 | 300 | 40 | 18.7|4°30'| 32 | — | 2
SWBM2018S25 e |1 1| — |10 | 20 | 18 | 100 | 100 | 200 | 30 | 187| 2° | 25 | — | 3
SWBL2018S25 @ |1 1| — 18 [ 110 | 140 | 250 | 30 | 18.7(1°30'| 25 | — | 3
SWBL2018S32 ® | 1 1 - 18 | 110|140 | 250 | 30 |18.7| 4° | 32 | — 3
SWBE2018S32 o | 1 1| — 18 | 120 | 180 | 300 | 30 |18.7(3°30'| 32 | — | 3
SWBSS2535525 | @ | 1 1|2 35 | 70| 80 150 — |235| — | 25 | — | 2
SWBML2535S25 | @ | 1 1|2 35 | 70150 220 — |235| — | 25 | — | 2
SWBL2535S32 o | 1 1|2 35 | 110 | 140 | 250 | 50 |23.5|3°30'| 32 | — | 2
SWBE2535S32 ® | 1 1| 2 (125 25 | 35 | 120 | 180 | 300 | 50 | 235| 3° | 32 | — | 2
A SWBM2522S32 @ |1 1| — 22 |1 100 | 100 | 200 | 35 |235| 3° | 32 | — | 3
%E SWBL2522S32 o | 1 1 = 22 110 | 140 | 250 | 35 |23.5(2°40' 32 | — 3
EN SWBE2522S32 o | 1 1 | — 22 | 120 | 180 | 300 | 35 |23.5|2°20'| 32 | — | 3
~ SWBSS3040S32 | @ | 1 1|2 41 | 80| 90 170 | 50 |28.2| 3° | 32 | — | 2
SWBL3040S32 @ |1 1|2 41 1200 | 100 | 300 | 60 |28.2|0°30'| 32 | — | 2
SWBE3040S32 o | 1 1] 2 41 | 200 | 150 | 350 | 60 |28.2|0°30'| 32 | — | 2
SWBSS3025532 | @ | 1 1| — |15 30| 25| 80| 90 170 | 40 282| 2° | 32 | — | 3
SWBM3025S32 @ |1 1| — 25 | 170 | 80| 250 | 50 |28.2|0°40'| 32 | — | 3
SWBM3056S32 ® | 1 1 4 56 120 | 80200 — (282 — | 32 | — 6
SWBL3056S32 o | 1 1| 4 5 | 170 | 80 250 | — |282| — | 32 | — | 6
SWBL3242S32-G | @ | 1 112 16 | 32 44 | 60190 250 | — |299| — | 32 | — | 2
SWBE3242S32-G | ® | 1 1|2 44 | 60240 1300 — |299| — | 32| — | 2
SWBSS4050542 | @ | 1 1|2 50 | 80| 80 160 — 369 — | 42 | — | 2
SWBL4050S42 o | 1 1|2 20 | 40 50 | 200 | 100 | 300 | 150 | 36.9|1°30'| 42 | — | 2
SWBE4050S42 @ |1 1|2 50 | 200 | 150 | 350 | 150 | 36.9|1°30'| 42 | — | 2
SWBM4035542 @ |1 1| — 35 | 170 | 80 | 250 | 120 | 36.9| 2° | 42 3
SWBL5060S42 @ |1 112 25 | 50 60 | 150 | 150 | 300 | — |46.8| — | 42 4
SWBE5060S42 @ |1 1|2 60 | 150 | 200 | 350 | — |46.8| — | 42 4
) 1. NMECF Y TRIBAATHYE R Ao 2. BIIIEO 74— ABECDVWTIFP.252TBRBEE L, NIk Cutting conditions

3. FARICKURMFY TOREGEHERIE T, FYTOEEFP.6ZTSIBLIIEE L,
Note) 1. All cutters are supplied without inserts. 2. Please see page 25 for machined form error.
3. Please see page 6 for inserts combination.

o [ @ | X—A—7EEEfm Standard stock items O : iEEFEEmR Soon to be stocked O : FEENFLIEDREEFEE Soon to be deleted
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BWERG Parts

29527 Clamp Screw L/>/3F Wrench Fw7 Inserts
INERNA ABIA (EN-ENR | NENA X Bl SHEX
;(\j,;ﬁﬂ-\) bg“ For main & sub | For peripheral | For main & sub | For peripheral Main blade Sub blade Peripheral blade
Applicable holders
Q
oDc A —
7 0
¢16 DSW-2563H = A-08SD = SWB216HM SWB216HS =
SWB220HM SWB220HS
S\RRA0MH T | LI
¢ 20 DSW-307H | ESW-206 A-10 A-08SD (For semi-finishing) (Blegure tochoosenthesamegradle&as maian_Iade) ZCMT100308R
SWB220MMW SWB220MSW
(RREEDINTA) (REDINTA)
(For welding & hardened) (For welding & hardened)
SWB225HM SWB225HS
SRR |armohoHesaRocs
(0] 25 DSW-4085 | ESW-206 A-15 A-085D (For semi-finishing) (Be gure to chooseuthe same grade as mainLEIade) ZCMT100308R
SWB225MMW SWB225MSW
(RREEDINTA) (REDINTA)
(For welding & hardened) (For welding & hardened)
SWB230HM SWB230HS
SRR BT S REROCE)
¢ 30 DSW-511H | CSW-407 A-20 A-15 (For semi-finishing) (Blegure tochoosenthesamegradle&as mainLl;Iade) IM-SP32GS
SWB230MMW SWB230MSW
(RREEDINTA) (REDINTA)
(For welding & hardened) (For welding & hardened)
SWB232HM-G SWB232HS-G
¢32 TSW-511 | ESW-206 A-20 A-08SD ZCMT100308R
SWB232MMW-G SWB232MSW-G
(RREEDINTA) (REDINTA)
(For welding & hardened) (For welding & hardened)
SWB240HMN SWB240HSN
40 | TSW-614H | ESW-406 | A-25 A-15 SPGA090304
SWB240MMW SWB240MSW SPMA090304
(RREEDINTA) (REDINTA)
(For welding & hardened) (For welding & hardened)
SWB250HMN-N SWB250HSN-N
(EEH) (IEHEHZ)
(For low cutting forces) (For low cutting forces)
¢ 50 HSW-614H | CSW-510 A-30 A-20 IM-SP43GS
SWB250MMW SWB250MSW
(PREEDINTA) (FIEEDINTA)
(For welding & hardened) (For welding & hardened)

) 1. $20. 025,030, p40DHEFHRLI A TOHRIVI(ZIF LEEDHARAS LUNBAABARLEL Y FFFRETT, OS5V TRUFE | #EMNLI (N-m)
2. it FPA-HE N R EAROBIN . 4T TN ER—HEEEA T, T
3. BN AT ER BT oy N CRR-ND 2y N TER< T L, P =

Note) 1. No need to use peripheral inserts, clamp screw and wrench for no peripheral blade type body of $20, ¢25, $30 and ¢40. ggmgsﬁ g:?

2. In case of using main blade -H type for semi-finishing, be sure to use same grade for sub blade. TSW-511 55

3. In case of using -N low cutting force inserts, be sure to use same notched inserts for main blade and sub blade together. Tz\\f"l’-zn: ;:
HSW- .
ESW-206 0.9
CSW-407 3.6
ESW-406 3.1
CSW-510 55
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%3’ . {E}\Eg—,‘éﬁﬂ ~  7&(mm) Dimensions
=5 & T X5/ g1E 42 Fig.
=k Cat. No. S Al g BE\ R (9Dc| £ | 42| 45| L | £1 | ¢D1 6n |6Ds| Md
7 i g
SWBX2018S32LS | ® | 1 1 — [ 10 | 20 | 18 70 | 280 | 350 | 30 |18.7/8°30'| 32 | — | 3
SWBX2522832LS | ® | 1 1 — |12.5| 25 | 22 70 1280|350 | 35|235| 6° | 32 | — | 3
SWBE3040832LS o |1 1 2 40 | 100 | 250 | 350 | 60 |282| 2° | 32 | — | 2
59 SWBE3040S42LS o 1 1 2 15 | 30 40 | 100 | 250 | 350 | 60 |28.2| 9° | 42 | — | 2
< 4 | SWBE3025832LS o | 1 1 — 25 | 100 | 250 | 350 | 50 |28.2/1°30'| 32 | — | 3
SWBE3025S42LS ® | 1 1 = 25 | 100 | 250 | 350 | 50 (282 7° | 42 | — | 3
SWBE4050842LS o |1 1 2 20 | 40 50 | 100 | 250 | 350 | 60 |36.9 | 3° | 42 | — | 2
SWBE4035S42LS ® |1 1 — 35 | 100 | 250 | 350 | 60 |36.9| 3° | 42 | — | 3
SWBSS4050C508 | ® | 1 1 2 50 80| 80| 160 | 60(36.9/ 18° 508 — |10
SWBMS4050C508 | ® | 1 1 2 20 | 40 50 | 140 | 80| 220 | 120 |36.9| 18° |50.8| — | 10
_ SWBL4050C508 o |1 1 2 50 | 220 | 80| 300|170 |36.9| 6° |508 — |10
>~ | SWBE4050C508 o | 1 1 2 50 | 270 | 80| 350|170 |36.9| 3° |508 — |10
§l:“ SWBS5080C508 o |1 1 4 80 120 | 80200, — |468| — |508| — | 7
g;‘i" SWBM5080C508 ® |1 1 4 80 170 | 80| 250, — |46.8| — |508| — | 7
S, | SWBL5080C508 o |1 1 4 80 220 | 80300, — |468| — |508| — | 7
5 SWBSS5060C508 | ® | 1 1 2 | 25 | 50 | 60 80| 80| 160 — |46.8) — 508 — |10
SWBMS5060C508 | ® | 1 1 2 60 | 140 | 80220 | — |46.8| — |508| — |10
SWBL5060C508 o 1 1 2 60 [ 220 | 80300 — |46.8) — [50.8| — |10
SWBE5060C508 o | 1 1 2 60 | 270 | 80|350| — |46.8] — 508 — |10
F) 1. AECF VT FBAALTHIF A 2. BIITRO T4 —ARECDVWTIFP.25E TR0, £NEISEE Cutting conditions

3. BRICKIMRF VT OEEENRRBIEFT . FYTDREEP.8ZTSRIIZEL,
Note) 1. All cutters are supplied without inserts. 2. Please see page 25 for machined form error.
3. Please see page 8 for inserts combination.

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




Long shank type / Combination shank type

// DIJET

BWERG Parts

29527 Clamp Screw L/>/3F Wrench Fw7 Inserts
INERNA ABIA (EN-ENR | NENA Y Bl SHEX
;(\jj;ﬁﬂ-\) ljg‘ For main & sub | For peripheral | For main & sub | For peripheral Main blade Sub blade Peripheral blade
Applicable holders
Q
oDc A —
7 0
SWB220HM SWB220HS
S |wranih deaRocs)
¢ 20 DSW-307H | ESW-206 A-10 A-08SD (For semi-finishing) (Be ;ure to choosenthe same gradﬁs main?lade) ZCMT100308R
SWB220MMW SWB220MSW
(FREEDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB225HM SWB225HS
SRzt B EDN RO )
¢ 25 DSW-4085 | ESW-206 A-15 A-08SD (For semi-finishing) (Ble ;ure to choosenthe same gradﬁs maianIade) ZCMT100308R
SWB225MMW SWB225MSW
(RREXDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB230HM SWB230HS
CarE | |wranih pEaRocs)
¢ 30 DSW-511H | CSW-407 A-20 A-15 (For semi-finishing) (Be gure to choosenthe same gradleﬁas main?lade) IM-SP32GS
SWB230MMW SWB230MSW
(PREEDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB240HMN SWB240HSN
40 | TSW-614H | ESW-406 | A-25 A-15 SHEE
SWB240MMW SWB240MSW SPMA090304
(RREEDINTHA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB250HMN-N SWB250HSN-N
(IEHEHH) (IEEHH)
(For low cutting forces) (For low cutting forces)
¢ 50 HSW-614H | CSW-510 A-30 A-20 IM-SP43GS
SWB250MMW SWB250MSW
(RREDINTA) (PREEDINTAD)
(For welding & hardened) (For welding & hardened)

) 1. $20. 025,030, p40DHEFRZLI A TOHRILVIZIF FEDHABRAS LUNBAABARLEL Y FFFRETT, IS5V TRUKE | #ERNLI(N-m)
2. St FPA-HE N EEAROBIN . 4T TN ER—HEEEA T, T
3. BN AT ER BT oy N CRR-ND 2y N TER< T L, T =

Note) 1. No need to use peripheral inserts, clamp screw and wrench for no peripheral blade type body of $20, ¢25, $30 and ¢40. ggmsg: g:?

2. In case of using main blade -H type for semi-finishing, be sure to use same grade for sub blade. TSW-511 55
3. In case of using -N low cutting force inserts, be sure to use same notched inserts for main blade and sub blade together. Tssw-614H 7.5
HSW-614H 7.5
ESW-206 0.9
CSW-407 3.6
ESW-406 3.1
CSW-510 55
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Sw I n Ba ll Indexable Ball Nose End Mill
H IR Al e y

SWBH:, MTOvY I I9A4TOTIVRIDYITILT BTV IIILT

. ) . 2
Fig.8 MT. No. Fig.9
g g (o
4 \ O 1
1 Q k Qe - “k Q
3 R i B R e iy s 3 3
S-S ;i 5
o
4 Md R 01
R 22 gs
22 95
- L

on BT No.50

5707 —) _ Fig.11
el 11 &y @

SWB-20070-MT3,
SWB-20100-MT3,
SWB-40090-MT5

®Dc
|
oD

¢Dc

>8a R 21 L/ F;
02 21
22
L
BZ{E Body
%)“_\J7 1%’??‘%3?& ~F 3E(mm) Dimensions
LI 2 E TR Fig.
g7 ©" PPz PEEs| R eDc| £ | 42| 45| L | £1 |eD1| 6n @Ds| Md
7 i g
SWB-20070-MT3 o |1 1 2 10 | 20 30 70 | 86 |156 | 40 |18.7| 4° |MT3 |M12x1.75| 8
SWB-20100-MT3 ® |1 1 2 30 | 100 | 86 (186 | 40 |18.7| 2° |MT3 |M12x1.75| 8
SWB-25070-MT3 o 1 1 2 125 25 35 7018 (156 | — [23.5| — |MT3 |M12x1.75| 8
SWB-25100-MT3 o |1 1 2 ) 35 | 100 | 86 |186 — 235 — |MT3|M12x1.75| 8
SWB-30080-MT4 o |1 1 2 15 | 30 41 80 |109 (189 | — |28.2| — |MT4 | Mi16x2 8
SWB-30120-MT4 e | 1 1 2 41 1120 109 1229 | — 28.2| — |MT4|M16x2 8
M |SWB-32070-MT4-G| @ | 1 1 2 16 | 32 44 70 (109 179 — 304 — | MT4 | M16x%x2 8
T |SWB-32100-MT4-G| ® | 1 1 2 44 1100 109 209 | — 304 | — | MT4 | M16x2 8
SWB-40090-MT4 o |1 1 2 20 | 40 50 90 {109 (199 | — [36.9| — |MT4 | M16x2 8
SWB-40090-MT5 o |1 1 2 50 90 (136 226 |66.836.9| 8° |MT5|M20x25 | 8
SWB-50100-MT5 o |1 1 2 60 | 100 (136 |236 | — |46.8| — |MT5|M20%x25 | 8
SWB-50120-MT5 ® |1 1 2 95 | 50 60 | 120 136 (256 | — |46.8| — |MT5 | M20x25 | 8
SWB-50150-MT5 o |1 1 2 60 | 150 (136 |286 | — |46.8| — |MT5|M20%x25 | 8
SWB-50170-MT5 o |1 1 2 60 | 170 (136 |306 | — |46.8| — |MT5|M20%x25 | 8
SWB-32070-W32-G| @ | 1 1 2 44 70|80 (150 | — 304 | — |W32 — 9
SWB-32090-W32-G| ® | 1 1 2 16 | 32 44 90| 80 (170 | — [304| — |W32 = 9
5 |SWB-32115-W40-G| @ | 1 1 2 44 1115 ] 85 (200 | 50 |29.9 |4°10'| W40 — 9
E)lji SWB-32165-W40-G| @ | 1 1 2 44 1165 | 85 [250 | 50 |29.9 |2°20'| W40 = 9
§|~<‘ SWB-40090-W40 @ |1 1 2 20 | 40 50 90 | 85 |175 — 136.9| — |W40 — 9
~/ | SWB-40115-W40 ® |1 1 2 50 | 115 | 85 (200 | 65 |36.9 |1°30'| W40 = 9
SWB-50100-W50 o 1 1 2 95 | 50 60 | 100 100 |200 | — |46.8| — |W50 — 9
SWB-50150-W50 ® |1 1 2 60 | 150 (100 (250 | — |46.8| — | W50 = 9
B [SWB-50200-BT50 | @ | 1 1 2 95 | 50 60 | 200 [101.8/339.8| 150 | 46.8 — |BT50| M24x3 11
T |SWB-50250-BT50 | @ | 1 1 2 60 | 250 [101.8/389.8| 200 | 46.8 | — |BT50| M24x3 11
) 1. AECF v FRBAALTEYE G Ao 2. BIITEO T4 —LEEICDNTIFP.25E TSRS, YDA Cuting conditions

3. ARICKUMIEF v T OEEENBRBGIET ., FyvTDREEIFP.I10ZTSRLIEE,
Note) 1. All cutters are supplied without inserts. 2. Please see page 25 for machined form error.
3. Please see page 10 for inserts combination.

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




MT shank type / Weldon shank type / BT shank type

// DIJET

BWERG Parts

29527 Clamp Screw L/>/3F Wrench Fw7 Inserts
FRENA | ABRIA | FX-EIAH | HENH X D) SEH
;(\jj;ﬁﬂ-\) ljg‘ For main & sub | For peripheral | For main & sub | For peripheral Main blade Sub blade Peripheral blade
Applicable holders
%
oDc A —
7 0
SWB220HM SWB220HS
S arzniasEaRoCs)
¢ 20 DSW-307H ESW-206 A-10 A-08SD (For semi-finishing) (Be ;ure to choosenthe same gradleﬁas mainmade) ZCMT100308R
SWB220MMW SWB220MSW
(FREEDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB225HM SWB225HS
S REAo PR RERRROTE)
¢ 25 DSW-4085 | ESW-206 A-15 A-08SD (For semi-finishing) (Ble ;ure to choosenthe same gradﬁs maianIade) ZCMT100308R
SWB225MMW SWB225MSW
(RREXDINTA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB230HM SWB230HS
S Oh) L
¢ 30 DSW-511H | CSW-407 A-20 A-15 (For semi-finishing) (Be ;ure to choosenthe same gradleﬁas mainmade) IM-SP32GS
SWB230MMW SWB230MSW
(RREDINTA) (PREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB232HM-G SWB232HS-G
32 TSW-511 | ESW-206 A-20 A-08SD ZCMT100308R
SWB232MMW-G SWB232MSW-G
(RREDINTA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)
SWB240HMN SWB240HSN
®40 | TSW-614H | ESW-406 | A-25 A-15 SPGA090304
SWB240MMW SWB240MSW SPMA090304
(RREDINTA) (FREEDINTH)
(For welding & hardened) (For welding & hardened)
SWB250HMN-N SWB250HSN-N
(IREH) (EIEHZ)
(For low cutting forces) (For low cutting forces)
¢ 50 HSW-614H | CSW-510 A-30 A-20 IM-SP43GS
SWB250MMW SWB250MSW
(RREDINTHA) (RREEDINTA)
(For welding & hardened) (For welding & hardened)

i) 1. 020,925,930, pA0DHEIELI A FORILI(CIF. LEDOHBIBLUHNEIARLEL Y FIEFRETT, 55V TRCHE | #ENLY (N-m)
2. it EA-HEE N ERBORIRNIE . U ED ER—HBEERAIEE W, B feconménced e
3. 1&?&?ﬁ"\|ﬂ;[;\ LZ‘@L‘EE}J C\ZEU}JJG“J "(;EE'N@'E‘H F)Z“ﬁﬁﬁ(fc‘"&'b\o DSW-307H 1:8

Note) 1. No need to use peripheral inserts, clamp screw and wrench for no peripheral blade type body of $20, 25, $30 and ¢40. ggw:ggﬁ g'?

2. In case of using main blade -H type for semi-finishing, be sure to use same grade for sub blade. TSW-511 55
3. In case of using -N low cutting force inserts, be sure to use same notched inserts for main blade and sub blade together. TSW-614H 75
HSW-614H 7.5
ESW-206 0.9
CSW-407 3.6
ESW-406 3.1
CSW-510 5.5




Ba ll Indexable Ball Nose End Mill

SWB/SWE# m==ju

G-Body,

TYPE I —5VR7YFFE Through coolant hole .@
MD BHEIANT

TBHID @-7R)

e}
i .
S FHID (0—7R)
N fivd —
< 3E(mm) Dimensions StinFwv T :f’ oo Parts
2 i i I57RU| LUF
B & TR I Applicable inserts o o

Cat. No. Stock | No. of R ¢Dc| 4 | Lf |¢Db/MD| W | T o= 2
inserts 1(} @ ;Q/%

)\ )

FX:SWB216HM
B :SWB216HS

EY :EAWBZZOHNI/HM-H/

MW
23 : SWB220HS/MSW
FX:SWB225HM/HM-H/

MMW
B3 :SWB225HS/MSW
FX:SWB230HM/HM-H/
MMW

B3 : SWB230HS/MSW
F3: SWB232HM-G/MMW-G

@ wmsw-1615-M8 | ® | 2 | 8 |16 15 |23 15 | M8 | 12 DSW-2563H A-08SD

MSw-2018-M10 | @ | 2 |10 | 20 |18.5| 30 18.7 M10| 14 DSW-307H| A-10

MSW-2522-M12 | @ 2 |125) 256 |21.9| 35 |23.5|M12| 17 DSW-4085| A-15

MSW-3025-M16 | @ | 2 (15 | 30 [25.9| 43 |28.2 M16| 22 DSW-511H| A-20

MSW-3225-M16 | @ | 2 |16 | 32 |290.5| 43 |20.9 M16| 22 | 220 oouc e o (TSW-511 | A-20
) 1. RILFICF VT IBHEFAATHIEE Ao BIEHRHLEE L, Vi AU 13~18~—Y
2. EVaS—AYROHEHFIFNLIFPA 22 TSRIIEE W, DM Cutt it 78~29~—>
3. FRICEURBF v TOMES BN RBUE T, Fv TOREP.1 02T BRI, utting conditions a4
Note) 1. All cutters are supplied without inserts. gac]/arzﬁ};fﬁ Efﬁé'é&ﬁ'ir'ﬂg
2. Please see page 12 for recommended tightening torque. DSW-2563H 09 s
3. Please see page 10 for inserts combination. DSW-307H 138
DSW-4085 3.6
DSW-511H 6.1
TSW-511 55

m [ @ | X—AH—7EEER Standard stock items O :EBETEEES Soon to be stocked O TEENFELIEDREFEE Soon to be deleted




// DIJET

EVAS—AYNEALOFEEIR WUEL

A ETIAS—AYREDFFEFD;ER  Attention to mounting head and MSN/ MGN shank holder.

EIAS—AYRFSDIIFFIE Tightening procedure
D) s Cleaning

EIAS—AYR F—IViBBE I 7 —NTEE—#] (BULLBRF =LY+ T 7 —\N[TEEG-Body)) Diff&EsE L7 —ICT
BRI,

Remove dirt and chips with air from the connecting thread and shank holder.
@) {R%H& Initial Tightening
FMHICT.EY 1S —AYNREES — VBB v I 7 — N [TRE—#] (BULERF =L+ 07 —/\[FEEG-Body|) i
HNHEIBE TRIEHLTLI TV
Tighten by hand until the head and the shank holder faces meet.
® A F YT Final Tightening

ML 3VRO—)VRNFICTREMVIE T > EBES BAMH U TS WV BRENBRN I 2R IES
Tighten slowly with torque control spanner wrench and confirm that there is no gap.

(F) (R € 9 ICIREICRRRN S HIRBTHFMD TS5 & RUEL VIR T 3ERENBVET

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

(" 3= N\
A\ EEEE RCUCX | WETNLD =8 W(mm)
1. ZINFENLT VROV RS F BUL BEAR/NF(DSTA F) Thread Tightening Torque Spanner size
LI ERREEVEATNULIEZSRLIIZEWV), M8 16N-m 10, 12~
2. ZINF &, FHfHI AEICKH < EEERS B TARHIEE L. M10 16N-m 14, 15
3. EVAS—AYREF—VBEY v 07—\ [BE—H# (DU M12 20N-m 17
2F LYY I7 N hﬁ@G-Bodyj ) DIREEBESE TR M16 25N-m 22,26
BN BV LRI )1, RINHEEY 15—~y RABICA I BLTBYE B A, FIRSROLEELN,
Note) 1. Only use the torque control spanner wrench or 2. ZEBW=12(XEIBR) DEI15—AYRCDEXL T,
DIJET DS type spanner wrench. ERHR/NFDS- 127&;Fﬁap‘C?b_U§‘9”
2. Please turn the spanner wrench slowly during use. Note) 1. Modular heads are supplied without spanner wrench.
\_ 3. Please confirm that there is no gap. 2. Y mark shows: DIJET have a stock of DS-12 type spanner wrenches. )

A TABE—R(EY15—AYRBF—IBEIv>I7—N\) BZEFD;ER Selection of "MSN Carbide shank holder"

HEP16BDEY 25— ANYREERAT BB HEELY 1 mmBl ESEOHVEE—@ZREL T IESL
U< T DHFHAH KL THE—HDTIR T BRI HIET .

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—¢pD1Z1mm TEE
U752 20.5mmBl_EHE

Clearance necessary
more than 0.5mm

TEE—BOEE 0D1 |
MSN carbide shank
neck diameter

YLK S ZIRETBIH. J-5V M. I7T0-D
ERZHRLET,

Coolant or air blow is recommended to remove the chips.

EIAS5—A\YRDHAR: pDc
Modular head cutting diameter

A REFDRILI ~DE{FIFIFD;ER  Caution for the mounting to shrink fit holder.

F—IVBEY v 77 =N [TBE—HI EEV 25— AYRERELDHINLT TERT BRF. ETV15—A\vRZF ST UT. [TAE—H D
ZREEHUTRIMIFITIRZEN. AYROIUHIFE, FREFHETIT>TIZE 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) ANYRERFFEFFREFHETIENAYRPFYTIHFITNCLLBEITENBIET,
Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.
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Sw I n! I Ba ll Indexable Ball Nose End Mill
IR I\l y

| et NG RN 1 e R DIl MSN Carbide shank holder
TYPE .
A8~

.t"‘ g R .
-

¢D2: U —S bR

Fig.1 % ¢D2: 7 —>2/ ~JWE Coolant hole dia. Fig.2 % Coolant hole dia.
] Ne] | Ne}
1§ {11
21 1 | 1 on’t |
L
IR+ T4 T Endmill shank type
¥ o= i 3 ) (i BE(o)| g
Cat. No. Stock | @Ds | g1 L ®D1 | 6n° | MD | o¢D2 | Weioht '
MSN-M8-20-S16C ° 16 20 75 | 155 — 0.17 1
MSN-M8-40-S16C ° 16 40 95 | 155 — 0.22 1
@ MSN-M8-40T-S20C ° 20 40 100 | 145 | 3°30’ 036 | 2
@ MSN-M8-77T-S20C ° 20 77 143 | 145 | 1°45' | M8 4 049 | 2
MSN-M8-80-S16C ° 16 80 135 | 155 — 0.32 1
MSN-M8-120-S16C ° 16 120 175 | 155 — 0.42 1
@ MSN-M8-152-S16C ° 16 152 207 | 155 - 0.51 1
MSN-M10-20-S20C ° 20 20 80 | 195 — 6 0.29 1
MSN-M10-40-S20C ° 20 40 100 | 19.5 — 0.39 1
MSN-M10-40T-S20C ° 20 40 100 | 185 | 0°43’ 039 | 2
MSN-M10-70-S20C ° 20 70 130 | 195 — 0.50 1
@ MSN-M10-85T-S25C ° 25 85 161 18.5 2 090 | 2
MSN-M10-90-S20C ° 20 90 150 | 19.5 — M10 4 0.60 1
MSN-M10-90T-S20C ° 20 90 150 | 185 | 0°19’ 058 | 2
MSN-M10-140-S20C ° 20 140 | 200 | 195 — 0.80 1
MSN-M10-140T-S20C | ® 20 140 | 200 | 185 | 0°12’ 077 | 2
@ MSN-M10-160-S20C ° 20 160 | 220 | 195 — 0.87 1
@ MSN-M10-210-S20C ° 20 210 | 270 | 195 — 1.07 1

&) EVAS—AYROHERMINLIEP.12Z2T8RIZEV.  Note) Please see page 12 for recommended tightening torque.

@ [ @ | X—AH—7EEER Standard stock items O :EBETEEES Soon to be stocked O TEENIFLIEDREEBFEE Soon to be deleted




// DIJET

N (|1 ot - NGV S NI B2 P B0 [V 22 A 2o 2 AW - MSN Carbide shank holder
TYPE =AEZENN IR Forhigh productivity o
B~

¢D2: U —S MR

Fig.1 % ®D2: —5/ KjUE Coolant hole dia. Fig.2 % Coolant hole dia.
ke 2
21 . | y on°t |
L
IUREI ¥ D4 T Endmill shank type
B E . < 3E(mm) Dimensions 8 (kg) o
il L Stock | ¢Ds | 01 L ®D1 | 6n° | MD | ¢D2 | Weioht '
MSN-M12-25-S25C ° 25 25 0 | 24 - 0.53 1
MSN-M12-55-S25C ° 25 55 120 | 24 — 0.72 1
@ MSN-M12-100T-S32C | ® 32 100 180 | 235 2° 1.61 2
MSN-M12-105-S25C ° 25 105 170 | 24 — M12 6 1.03 1
@ MSN-M12-135-525C () 25 135 215 | 24 - 1.30 1
MSN-M12-155-S25C ° 25 155 | 220 | 24 — 134 | 1
@ MSN-M12-200-S25C ° 25 200 | 265 | 24 - 1.58 1
MSN-M16-25-S32C ° 32 25 20 | 29 - 0.85 1
MSN-M16-55-S32C ° 32 55 120 | 29 — 1.13 1
@ MSN-M16-77-S32C ° 32 77 157 | 29 — 1.47 1
@ MSN-M16-97-832C ° 32 97 177 | 29 - 1.64 1
MSN-M16-105-S32C ° 32 105 170 | 29 — 1.59 1
@ MSN-M16-117T-832C | ® 32 117 | 197 | 29 0°38’ 188 | 2
@ MSN-M16-127-S32C ° 32 127 207 | 29 — 1.89 1
@ MSN-M16-127T-832C | © 32 127 | 207 | 29 0°30’ 223 | 2
MSN-M16-155-S32C ° 32 155 | 220 | 29 — 1o ° 204 | 1
@ MSN-M16-177-S32C ° 32 177 | 257 | 29 — 2.32 1
@ MSN-M16-177T-S32C | @ 32 177 257 | 29 0°23’ 2.78 2
MSN-M16-195-S32C ° 32 195 | 260 | 29 - 2.40 1
@ MSN-M16-197T-S32C | @ 32 197 277 | 29 0°23’ 3.00 2
MSN-M16-225-S32C ° 32 225 | 290 | 29 - 257 | 1
MSN-M16-245-S32C ° 32 245 | 310 | 29 — 274 | 1
MSN-M16-205-S32C ° 32 205 | 360 | 29 - 317 | 1

) BEVAS—AYROHERFAFNLIEP.122TSIBEEL.  Note) Please see page 12 for recommended tightening torque.

[ @ | X—AH—7EER Standard stock items O :EB7EEER Soon to be stocked O TEENFIEDREEFEE  Soon to be deleted } m
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Sw I n! I Ba ll Indexable Ball Nose End Mill
i B Al y

ABL—bK7P—=I\F4 T straight arhor type

TYPE

TBE—# (EvVa1S5—~vyRAA—IVEBEY vV I 7—I\)
FRAESEAN T Forhigh productivity

MSN Carbide shank holder

OD2: U —S=/ hjUE Coolant hole dia.

,,,,,,,,,,,,,

B~

. ~ 7A(mMmm) Dimensi -
¥ o= % U ) s &8 (ko)
Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M8-97S-S15C ° 97 0.21
MSN-M8-147S-S15C ° 15 147 M8 4 0.33
@ MSN-M8-197S-S15C ) 197 0.44
MSN-M8-107S-S16C ° 107 0.27
16 M8 4
MSN-M8-157S-S16C ° 157 0.40
MSN-M10-130S-S18C ° 130 0.42
MSN-M10-190S-S18C ° 18 190 M10 4 0.62
@ MSN-M10-2408-S18C ° 240 0.89
MSN-M10-130S-S20C ° 130 0.53
MSN-M10-190S-S20C ° 20 190 M10 4 0.78
MSN-M10-250S-S20C ° 250 1.02
MSN-M12-185S-S23C ° 185 0.98
23 M12 6
MSN-M12-265S-S23C ° 265 1.42
@ MSN-M12-1858-524C ° 185 1.07
24 M12 6
@ MSN-M12-265S-524C ) 265 1.54
MSN-M12-145S-S25C ° 145 0.91
MSN-M12-215S-S25C ° 25 215 M12 6 1.36
MSN-M12-285S-S25C ° 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-S32C ° 157 1.61
MSN-M16-217S-S32C ° 217 2.22
32 M16 8
MSN-M16-287S-S32C ° 287 2.94
MSN-M16-357S-S32C ° 357 3.66

&) BEVAS—AYROEEHLITNLIIEP.12Z2T8RIEE W,

Note) Please see page 12 for recommended tightening torque.

(150

@ | X—AH—7EER Standard stock items

O ! iEB7EEER Soon to be stocked

O TEENFELIEDREFEE Soon to be deleted
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GN 1SN ER =1 [ WACSIEE NI N p & 20 VOEWZ B2 IV - MGN G-Body steel shank holder
TYPE
)/ O= AN DA EICENSDG-Body @¥3a—hIALF
AE] (GiBody] ez=itLE=hEVIIT ORI TR Flia Za & STHEHICE,
AN T A% Y RICEBNTBEG Body (RF — )b +>7) EHENLET .

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

OD2: 7 —3S> KR Coolant hole dia.

gosr

21 |
L
IUREI ¥4 T Endmill shank type

B = FoaEe ~ ;&(mm) Dimensions Ei(kg)

cat. flo. Stock | ¢Ds 21 L ¢D1 6n’ MD | ¢D2 | Weioht
MGN-M8-17-S16 ([ J 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 { 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 (] 25 35 105 24 - M12 4 0.36
MGN-M12-85-S25 ( 25 85 165 24 = M12 4 0.57
MGN-M16-37-S32 ([ J 32 37 107 29 — M16 6 0.56
MGN-M16-77-S32 () 32 77 157 29 = M16 6 0.83

) 1. BV 2S5 —AYRETEEG-BodyfHE DO ERDYIRISEMAE. P.28~20DIFEHIZHRZ ZDEFBEA<IET Lo
2. EVAS—AYROHEERTFNLIEP.1 22 TBRIES N,

Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 28-29).
2. Please see page 12 for recommended tightening torque.

M EEICENI8E 48+ REDOGNUIEIC LY REES65HRCL EEBEEN DHEF(EFRILE T, ANFim
AMH LU TEFHERFRMTEBE30% U E7 v, BEGII TREICORAIZERIBEUF T,
G_B@dy T5IC. I TOBE. HORERNHT SAROBIET,
| Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert
pocket and holder against thermal deformation, improved body durability and tool life by 30% or more, compared with competitor's
tool. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

@ | X—A—7EEER Standard stock items O :EBE7EEES Soon to be stocked O TEENFLIEDREEBFEE  Soon to be deleted ] m
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Sw I n Ba ll Indexable Ball Nose End Mill
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@

TEE—{#F (BEY v o—FE)

MSA Arbor integrated carbide shank

I—S NfIE Through coolant hole SHEEEMNTA For high productivity
L

BT No.

QBB v>D)
(Carbide shank) 21
s 5 22
& Sl
% 3
5 E—
S
MD

BT v2/9%7A 7 BT shank type

AE— %

e & =E ~  7&(mm) Dimensions =2 (ko)
0L, Stock | g Gamm) | 01 92 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 S 25 80 22 105 15 M8 32 BT40 1.4
MSA-M8-130-50-BT40 * 50 80 22 130 15 M8 32 BT40 1.4
MSA-M8-155-75-BT40 *x 75 80 22 155 15 M8 32 BT40 1.5
MSA-M8-165-85-BT40 % 85 80 22 165 15 M8 32 | BT40 | 15
MSA-M10-125-25-BT40 | 3 25 | 100 42 125 19 | M10 | 38 | BT40 | 1.8
MSA-M10-150-50-BT40 x 50 100 42 150 19 M10 38 BT40 1.9
MSA-M10-175-75-BT40 | 3 75 | 100 42 175 19 | M10 | 38 | BT40 | 20
MSA-M10-200-100-BT40 | 3¢ | 100 | 100 42 200 19 | M10 | 38 | BT40 | 20
MSA-M12-125-25-BT40 EN 25 100 42 125 24 M12 45 BT40 2.0
MSA-M12-150-50-BT40 | 3 50 | 100 42 150 24 | M12 | 45 | BT40 | 2.1
MSA-M12-175-75-BT40 P 75 100 42 175 24 M12 45 BT40 2.3
MSA-M12-200-100-BT40 | 3% 100 100 42 200 24 M12 45 BT40 2.4
MSA-M8-120-25-BT50 EN 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 x 85 95 22 180 15 M8 32 BT50 4.1
MSA-M10-140-25-BT50 | 3 25 | 115 42 140 19 | M10 | 38 | BT50 | 4.3
MSA-M10-165-50-BT50 | 3 50 | 115 42 165 19 | M10 | 38 | BT50 | 4.4
MSA-M10-190-75-BT50 *x 75 115 42 190 19 M10 38 BT50 4.5
MSA-M10-215-100-BT50 | 3¢ | 100 | 115 42 215 19 | M10 | 38 | BT50 | 45
MSA-M12-140-25-BT50 | 3 25 | 115 42 140 24 | M12 | 45 | BT50 | 4.6
MSA-M12-165-50-BT50 x 50 115 42 165 24 M12 45 BT50 4.7
MSA-M12-190-75-BT50 | 3 75 | 115 42 190 24 | M12 | 45 | BT50 | 4.9
MSA-M12-215-100-BT50 | % 100 115 42 215 24 M12 45 BT50 5.0
MSA-M12-240-125-BT50 | % 125 115 42 240 24 M12 45 BT50 5.2
MSA-M16-140-25-BT50 | 3 25 | 115 42 140 20 | Mi6 | 54 | BT50 | 5.4
MSA-M16-165-50-BT50 | 3¢ 50 | 115 42 165 29 | M6 | 54 | BT50 | 5.6
MSA-M16-190-75-BT50 x 75 115 42 190 29 M16 54 BT50 5.8
MSA-M16-215-100-BT50 | 3¢ | 100 | 115 42 215 20 | Mi16 | 54 | BT50 | 6.0
MSA-M16-240-125-BT50 | % 125 115 42 240 29 M16 54 BT50 6.2

Yo

2. EVAS—AYROHEERLIFNLIEP.12Z2TSRIES N,
3. FIWRAIYRIFBLTBUEE Ao

&) 1. EV215—AYREFEE—FEHEDH RBIEDOUIHISRAF (&, P.28~29DIZLELH|
KMUREZDFIIBEALIESL

Note) 1. In case of using modular head combined with MSA arbor,
apply the recommended cutting conditions sheet (see page 28-29).
2. Please see page 12 for recommended tightening torque.

3. MSA arbor is supplied without pull studs.

@ : X—H—7EEM Standard stock items

O :EBA7EEEmR Soon to be stocked

O EEHIELIEDREEFEE Soon to be deleted

¥ | SF4EER Made to order

}
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| et v et bR ey 0)M  MSA Arbor integrated carbide shank
TYPE

I—52 RJUTE Through coolanthole X ERESEAN T Forhigh prodctivity . ;I @ %

QB v>/0)
(Carbide shank) 21

HSK No.
L8 02 w o
Ql ‘

S -

HSK &+ 9% A4 HSK shank type J—=52FIh Coolant duct
e &= TE ~F 3&(mm) Dimensions E%(kg)
gat. flo. Stock | 9 gamam) | 01 02 L ®D1 | MD | ¢D2 |HSKNo.| Weight
MSA-M8-105-25-A63 P 25 80 22 105 15 M8 32 AB3 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 AB3 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 AB3 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 A63 2.2
100 100 42 200 24 M12 45 ABG3 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 8.8
25 115 42 140 24 M12 45 A100 3.4
50 115 42 165 24 M12 45 A100 35
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 % 125 115 42 240 29 M16 54 A100 4.9
3) 1. EV2S—AYRERE—FEBHEHEIFOUIHISRMAE. P.28~29D1R%EYIH|  Note) 1. In case of using modular head combined with MSA arbor,

FUERZZOFFEALIEE L, apply the recommended cutting conditions sheet (see page 28-29).
2. EV1S—AYROHEFHF LI EP.1 25 TSBLAE 0, 2. Please see page 12 for recommended tightening torque.

[ @ | X—AH—7EER Standard stock items O :5EH7EEER Soon to be stocked O EEHELIEDREFEE Soon to be deleted % D SEFHEEER Made to order } m




Swing

SWB/SWEH#;

y Lo P 2o b e |V o et 20 8l Inserts for "SWING BALL"

Ba ll Indexable Ball Nose End Mill
’ -

BSWB-NFZ (K #HiR2)

1. ¥ o50H ICIEEH-NAZ ZiEN,
2. fieRmICHENEIEIE % 1 5%k,
UUWIREN YIRS BIER.

SWB-N type (For low cutting forces)

1. Available now new insert for low cutting forces. Suitable for heavy roughing.
2. 15% reduced cutting forces compared with regular type.
More smooth and calm cutting are achieved.

Fig.1(EXN -EHEHTH)

(Main blade / For low cutting forces)

Fig.2 (BN -{EHEHTH)

(Sub blade / For low cutting forces)

ESWB-Hf (st EIFF)

1. $20.25. 30/ ICH{t E(FA-HEZZEN

2. EREICENBEEINBOREEZRL
UfeT &EIT&N) it EIFADERHTIEE,
FITAELTORERFHERELEEA.)

SWB-H type (Main blade for semi-finishing)
1. Added -H type semi-finishing main blade
for 20, ¢25and ¢ 30.
2. Able to use for semi-finishing by improving
nose radius accuracy.
Do not recommend to use for roughing.

Fig.3(EXN-thft_EIFF)

(Main blade for semi-finishing)

Fig.4(EX) Fig.5(E¥) Fig.6 (BIX) Fig.7 (BIX)
(Main blade) (Sub blade) (Sub blade)
R R
1" = 1NO Yol NGO
1 T A ‘ T A 1T A
Fig.8 (=X -PNEXWIILR) Fig.9 (BN -1 TR)
K SEEAM DX MEEEM(CEHI N
(Main blade for welding & hardened) (Sub blade for welding & hardened)
Fig.10 (4tEX) Fig.11 (%Y X)) Fig.12 ($+EX)

(Peripheral blade) (Peripheral blade)

-1 -
e : - o
< R

)
\_J

(Peripheral blade)
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i 547 D e~ o7 = Gum) BIe -
LY e 1Jc5015| JC5118 | JC8015 | JCBO50 | JC5040| R A B T r '
@ swB216HM Mo e ® ® g 19 79 |3 — | 4
@ SWB216HS DN O O 161 | 66 |3 — |6
SWB220HM o o 15.8 9.9 | 3.65 — | 4
SwB220HM-H | | EX ® 16 99 |365 — |3
SWB220MMW ° 10 (158 | 99 | 365 | — |8
SWB220HS =15 °® ° 20 82 365 | — |6
SWB220Msw | °U°Place ° 20 82 365 — |9
SWB225HM o o 185 |124 | 3.8 — | 4
swB225HM-H | | EX ® 189 124 |38 | — |3
SWB225MMW o 125 [185 |124 | 3.8 — | s
SWB225HS =15 ° o 238 (105 | 3.8 — |6
SWB225Msw | SU°Place ) 238 (105 | 3.8 — |9
SWB230HM o o 222 (148 | 535 — | 4
SWB230HM-H |  EX o 224 (148 |535 | — |3
SWB230MMW o 15 |222 (148 | 535 | — |8
SWB230HS =) o o 275 |123 |535 | — |6
swe23omsw | S'°PAce o 275 123 | 535 | — |9
SWB232HM-G - o o 26 |16 535 | — |4
swe232mMmw-G| """ PR o o 2 |16 535 | — |8
SWB232HS-G =15 o o 317 |139 |535 | — |6
SWB232MSW-G | °'° "% ) 31.7 (139 535 | — |9
SWB240HMN ° ° 304 (208 |68 | — |5
swe24omMmw | " PRce ° o (04 (208 685 — |8
SWB240HSN =15 ° ° 375 (163 | 685 | — |7
swe24omsw | 'R o 375 (163 |68 | — |9
SWB250HMN-N | 35 o o 344 (257 |7 — |1
swB2sommw | Mn e ° s (344 (257 |7 — | s
SWB250HSN-N | =55 L [ 426 (208 |7 — |2
swe2somsw | ' PR ° 426 (208 |7 — |9
SPGA090304 °® 9.525 9.525| 3.18 | 0.4 |10
SPMA090304 o [ 9.525| 9.525| 3.18 | 0.4 |10
IM-sPa3es |, VA ® | — 1270 (1270 | 476 | 08 |11
IM-SP32GS [ o 9.525| 9.525| 3.18 | 0.8 | 11
ZCMT100308R °® ° 104 | 635 |34 | 08 |12
e B 20, Ao bt b e 0, i e e in' s porcase, ) machinad foa oo conctons. and page 29 for
) 1. AEEDEISRREP.22~29% GBI TSN 74 — LAEREIC DV TIFP.25Z I8 2 W, 2.In case of using main blade -H type for semi-finishing, be sure
2. Pt FFA-HEN £ EARORNG . 4T ENEF—HEEERA< T, 5 o et force inserts, be sure {0 use
3 BN BT EREBIT Y N RRNO Ey N TERLEE W, Same notched serts for main blade and Sub biads togother

[ @ | X—AH—7EER Standard stock items O :EE7EEER Soon to be stocked O TEENELIEDREFEE Soon to be deleted ] @
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Sw I n Ba ll Indexable Ball Nose End Mill
i B Al y

v & PV ke |10y me==1 /B Cutting data for "SWING BALL"

1. BEWIIIHEI  High feed machining

S ;J’ﬁ y 2 N Part name| L AEE! Stamping die
(oo *IZE % Hl # Material | SX105VIESd (Tool Steel) FAIL Roughing
7o e | o":o | BoO|E < Hardness | -
/o o o EslE B Tool No. | SWB-50100-MT5
| | 2.7m é = FySHE FFE Insert No. | SWB250HMN-N(JC5040), SWB250HSN-N(JC5040)
” YIHIRE. OEmEE Ve, (n) 314 m/min, (2,000 min)
1.8m 0 é EERE Vi 1,200 mm/min
#& R Result TE | ap 10 mm

PHIEAIES . BT RO 1FyF(20—F) | R o e 8 mm
E)jagﬁﬁnigr?;rce, no chipping, completion of 1¢§ J==-h Coolant %2l Dry out
production of this component by one insert. E=Er T Machine | FIFEZMC MC

2. JC8015TDHEamI=EEH| (Fau2fSLl L)

Improved tool life by JC8015 (Two ti

mes longer life)

;‘J)ﬁ % Part name| L AEE! Stamping die
e
TG |#% &l # Material | GM241 Alloy cast iron
=
£l fiE < Hardness | 260-320HB
Es|® B Tool No. | SWBS5060C508
o
é F | FYRE #FE Insert No. | SWB250HMN-N(JC8015), SWB250HSN-N(JC8015)
P " YIHIEE. OEmEE Ve, (n) 191 m/min, (1,215 min‘")
= Fesult 1 § ERE % 560 mm/min
GM241DAFII L. RIS 28R T 505 20 mm
VBmax=0.7mmICTHHICHLIC8015Fv g | L5 [P
VBmax=0.2mmT2&EL L DFZFl. S o | de 12 mm
Heavy roughing for GM241. Current insert got s [ ,_=-
VBmax=0.7mm after 2 hours. JC8015 insert got 3 J==-h ool %3 Dry cut
VBmax=0.2mm and 2 times longer tool life. {E R Machine | F§F2MC MC
3. PIBEVERHIITHI  Machining welding part
ICD5+pgE%") ;J’ﬁ & i Part name| L AEEY Stamping die
e
Welding part *Ijg #w 8l Material ICD5+P§B%"Y) Cast steel+welding
SR -y Hardness | 58HRC
Es|® B Tool No. | SWBS5060C508
kY 12 13 o
TO;F\?GW - B | 5F | FyFREME Insert No. | SWB250MMW(CBO1S), SWB250MSW(ICBO15)
I ﬁ ” YIHIEE. OEmEE Ve, (n) 191 m/min, (1,215 min-")
gy & EVRE %i 420 mm/min
#& R Result TE | ap 1~3 mm
o
PV, 40SMILTRIBOR . BIF, {ig’ e 6 mm
After 40 minutes, inserts were still good ;*5) J—3Vk Coolant 8210 Dry cut
conditions. No breakage. (B Machine | PSFAMC MC
4. K994 (SKD11, 58~60HRC) JIIHI Machining pierce die (Faster feed and longer tool life)
; RIS AL Pierce die % » EZI 1 Part name| LU XEE! Stamping die
%é 1w El Material | SKD11 Die steel (1.2379)
g OB & Hardness | 58-60HRC
Es |k B Tool No. | SWBM3040532
o v o
Seclfﬂf die é F | FyHE T Insert No. | SWB230MMW(JC8015), SWB230MSW(JC8015)
” YIHBRE, OEHRE Ve, (n) 94 m/min, (1,000 min")
# R Result 7JI]'§ ERE %i 300 mm/min
ﬂi’.*iﬁ%lé:1\?.%‘UDI(CtC9“:/!:"79“73‘“0&“(9“)7"')&@0 T -g ap 3 max (mm)
A4 VT N—IVIEE)EE .58 T, 38 ET = 8
g, Fin b 3B L. o | de 3~5mm
After machined 1 die, current tool got damage i £ | g—35ur Coolant &3 Dry cut
and indexed. Swing Ball could increase feed o 5
speed 50% and machined 3 dies or more. BRIt Machine | PIFEMC MC




// DIJET

0 W as Pl b Ol | V7 -5 0) |- [EJ -8 Recommended cutting conditions for Swing Ball 50mm dia.

m I & &
Type of machining , r
HRHIAA FvIH1E P ESES BT BHIDIIT ZRUVBHIDIIT
Materials Grade Parameter Slotting Shoulder cutting Shoulder cutting
==l n (min") 1,500 1,500 1,500 1,200
w50 zs0e | jesgap |V 720 1,000 | 680 420
Medi bon steel
e Il(JéﬂSSfiESOSH)SGe ap(mm) 15 10 25 40
150-250HB de (mm) - 10 15 10
(GMi%)ﬂﬁICDS) JC5040 n (min”) 1,350 1,350 1,350 1,100
2150~ 285HB 108015 Vt (mm/min) 650 900 600 380
c(?s;zsgl (OHRCLLE) ap(mm) 15 10 25 40
150-285HB {avove 4orinc ) de (mm) = 10 15 10
s I%ﬁlﬂ \ n (min) 1,250 1,250 1,250 1,000
15025508 165040 Vt (mm/min) 550 750 500 300
a'ezzt;g)' ap(mm) 15 10 25 40
150-255HB de (mm) - 10 15 5
SN 108015 n (min) 1,200 1,200 1,200 -
%@fg_ggﬁ@ ([ﬂ@b}fg%ﬁﬁ_[\ﬂowﬁg) Vt (mm/min) 420 540 400 -
Har((ieggg:)teel (Recommendtouse MOW) ap(mm) ~6 ~5 ~8 -
. type insert
40-50HRC de (mm) - 6 10 -
BEO# - IRANS n - -
A g@ﬁ);ﬁ))\ i 108015 (min-) 1,200 1,200
FB55-63HRC (m@»;{gu%gqihﬂtoww) V't (mm/min) 360 400 - -
WO gy | (enmmtne-wow) | Sp(mm) ~3 ~3 - -
55-63HRC ’ e (mm) - 6 - -
ngggﬁ)fk n (min) 1,500 1,500 1,500 1,200
- 60_.52060HB 108015 Vt (mm/min) 970 1,400 900 480
C(%Sélzgﬂ ap(mm) 15 10 25 40
160-260HB de (mm) - 10 15 10
5591 ikt Gk n (min") 1,300 1,300 1,300 1,050
70 s Lcgots |Vt (mmmin 700 1,000 650 370
Nodtléaégf;%t)'mn ap(m ) 15 10 25 40
170-300HB e (mm) - 10 15 10

n: TERENKRE, Vi:X)EE, ap: YHAARRE, Ge: VI 74—k N : Spindle speed, Vf: Feed speed, &p : Depth of cut, &e : Pick feed
) 1. EEEOUIBISRGE EREIES KOO — IR SISO TR EE 0,
2. I770— &) ICTTRALEE L,

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow.
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Sw I n! I Ba ll Indexable Ball Nose End Mill
i IW B INE R y

OO N W8 Ead2e b i |7 Fi-39) |- E-IL -8 Recommended cutting conditions for Swing Ball 40mm dia.

o

I ® &

Type of machining

R HIA FvIMiE BIHIISRA BT BHIDIT ZEVBHIDINT
Materials Grade Parameter Slotting Shoulder cutting Shoulder cutting
= u iy i n (min) 1,850 1,850 1,850 1,500
(S50C, $55C) Vf (mm/ 800 1,070 740 480
fEX150-250HB JC5040 (mm/min) >
Medil(Jgsg%bSOSn) steel 8p(mm) 12 10 20 35
150-250HB e (mm) - 8 12 8
550 n (min) 1,670 1,670 1,670 1,340
(6M190, ICD3) 15040 Vf (mm/min) 720 960 670 420
fE 150-285HB JC8015
(ﬁs;;;e;;l (40HRCLLE) ap(mm) 12 10 20 35
150-285HB (above d0irc) 8e (mm) = 8 12 8
TEMm n (min) 1,560 1,560 1,560 1,250
(SKD1T, SX105%) Josoap |V (mmimin 620 810 560 350
Die steel
(1'3;%) ap(mm) 12 10 20 35
150-255HB de(mm) - 8 12 4
SN 108015 N (min) 1,200 1,200 1,200 -
%;gﬂ_gg&@ (mgo;gu%m_Mowﬁ;) Vt (mm/min) 420 540 420 -
S| e Gp(n) = ~4 | 65 -
40-50HRC ’ e (mm) = 5 8 -
PEEDHT - AN n (min) 1,000 1,000 - -
(SKD11) JG3015 Y
BE55-63HRC (2 TEmOws) | VE (mm/min) 300 350 - -
WO (g | (ernmmtine-wow) | 8p(mm) ~3 ~3 - -
55-63HRC e (mm) - 5 - -
T H Tk n (min) 1,850 1,850 1,850 1,500
e ) 108015 Vi (mmmin) 1,100 1,500 1,000 570
C(%s(taizrg)n ap(mm) 12 10 20 85
160-260HB de (mm) - 8 12 8
50591 ikt G iHk n (min) 1,650 1,650 1,650 1,320
(FCD700, Guaa1) Lcgots |Vt (mmmin 830 1,100 760 450
Nodtléaééf;%t)ifon ap(m ) 12 10 20 35
170-300HB 8e(mm) - 8 12 8
n: TERSEE, Vi X)ERE, ap: YHAARE, Qe: EvIT—K N : Spindle speed, Vf: Feed speed, ap: Depth of cut, &e : Pick feed

) 1. LEEOLIEISRAE MBI S KO D —IEIECHU THRELL LT,
2. I770—ER) ICTTRALEE L,

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

2. Use air blow.
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ROy W s Z o7k el |V -+-49) |- [ =8 Recommended cutting conditions for Swing Ball 32mm dia. and 30mm dia.

m I & &
Type of machining ? |
HRHIAA FvIH1E P ESES BT BHIDIIT ZRUVBHIDIIT
Materials Grade Parameter Slotting Shoulder cutting Shoulder cutting
(?E?gl?;) n (min) 2,300 2,300 2,300 1,800
50C, S55
“1'}';@?150—550HB| 165040 V't (mm/min) 800 1,020 770 450
i il
edigm carbon stee ap(mm) 10 10 16 28
150-250HB e (mm) - 6 9 6
(GM%(?HICDS) JC5040 N (min) 2,090 2,090 2,090 1,670
#r150-285HB 08015 Vf (mm/min) 720 920 700 420
Cast steel (40HRCLLE) ap(mm) 10 10 16 28
(1.7225) JC8015
150-285HB (above40HRC) ae(m ) _ 6 9 6
s I%ﬁlﬁl ) n (min) 1,950 1,950 1,950 1,560
@?11515-;(;2?.\/3 105040 V# (mm/min) 630 810 600 390
Die steel
(1'.923795) ap(mm) 10 10 16 28
150-255HB 8e (mm) - 6 9 3
BEANEH 108015 N (min) 1,600 1,600 1,600 -
AT o) s pmOws) | Ve (mmimin 400 480 400 -
Harﬂeggg;)teel (Recommendtouse MOW) ap(mm) ~4 ~4 ~6.5 -
g type insert
40-50HRC e (mm) = 5 8 -
Ag . |3 4 n _ _
A ngﬁ)lﬂﬂ 168015 (min") 1,400 1,400
B55-63HRC () I NOWE) Vi (mm/min) 280 350 - -
N0 G oarg) | (enmmtne-uow) | Sp(mm) ~3 ~3 - -
55-63HRC e (mm) - 5 - -
n(@;&%fﬁ n (min) 2,300 2,300 2,300 1,840
160-260r8 108015 Vi (mm/min) 1,140 1,380 1,020 640
astiron
(6625) &p(mm) 10 10 16 o8
160-260HB e (mm) = 6 9 6
9‘7(’)263 )%%ﬁémiﬁ)%ﬁi n (min) 2,060 2,060 2,060 1,650
§170-300HB JC8015 Vi (mm/min) 890 1,130 820 500
NOdtJ(';aéé%t)'m” ap(m ) 10 10 16 28
170-300HB 8e(mm) - 6 9 6

n: TERENKRE, Vi:X)EE, ap: YHAARRE, Ge: VI 74—k N : Spindle speed, Vf: Feed speed, &p : Depth of cut, &e : Pick feed
) 1. EEEOUIBIRGE EREIES KOO —IRIEICIRU TR EE 0,
2. I770— (&) ICTTRALEE L,

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow.
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Sw I n! I Ba ll Indexable Ball Nose End Mill
IW B I\l y

Oy W Eer e ke |V Fi-39) |- EIL -8 Recommended cutting conditions for Swing Ball 25mm dia.

m I ® &
Type of machining
HRHIAA FuItE | UHIRGE EINLT BHIbINT RUVBHIDIIT
Materials Grade Parameter Slotting Shoulder cutting Shoulder cutting
(?E?ﬁﬁ?;) n (min) 2,550 2,550 2,550 2,290
50C, S55
B 150-250HB 165040 Vt (mm/min) 760 890 690 500
Medium carbon steel dp(mm) 6 6 12.5 20
(€50, C55)
150-250HB e (mm) - 5 6.5 3
(GMi%)ﬂﬂICDS) JC5040 n (min) 2,400 2,400 2,400 2,160
2150~ 285HB 108015 V't (mm/min) 720 840 640 480
Cast steel (40HRCLLE) ap(mm) 6 6 125 20
(1.7225) JC801
150-285HB (avove drinc ) de (mm) = 5 6.5 3
( TEH ) n (min?) 2,160 2,160 2,160 1,910
SKD11, SX105V
B 150-255HB 15040 Vf (mm/min) 590 690 540 420
Die steel
(1'.92;793) d8p(mm) 6 6 12.5 20
150-255HB de(mm) - 5 6.5 3
SN 08015 n (min) 1,600 1,600 1,600 -
%;};ng_gggg (mu%ﬂmowxz) Vf (mm/min) 350 400 350 -
FETETE EiE Recommend to use -MOW ap(mm) ~3 ~3 ~5 -
(1.2344) ( type insert )
40-50HRC de(mm) - 4 5 -
BOM AN n - -
A g@ﬁ):ﬁ))\ i 108015 (min-) 1,400 1,400
7 Vi / - -
BE55-63HRC (REULEMOWR) (mm/min) 280 350
Welding & Hardened steel | g/ mend to use -Mow dp(mm) ~2 ~2 _ —
(1.2379) ( type insert )
55-63HRC de(mm) - 4 - -
R HEHETE n (min?) 2,550 2,550 2,550 2,290
e ) 18015 Vi (mm/min) 1,000 1,150 900 650
Cast i
(%Segg)” d8p(mm) 6 6 12.5 20
160-260HB e (mm) = 5 6.5 &
50591 ikt G iHk n (min?) 2,400 2,400 2,400 2,160
(FCD700, Guaa1) Lcgots |Vt (mmmin 860 1,000 770 600
Nodul ti
odular st ron ap(m ) 6 6 12,5 20
170-300HB 8e(mm) - 5 6.5 3

n: TEREEE, Vi X)ERE, ap: YHAARE, Qe: EvIT71—K N : Spindle speed, Vf: Feed speed, ap: Depth of cut, &e : Pick feed

) 1. LSOOI EREIMES KOD — IR ISU TRELES L, Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.

2. I7 70— &) ICTTRIRALIEE L, 2. Use air blow.
v Lo Pod X b V05 |mm = To w F By I Machined form by Swing Ball
@SWBHZ sws type @SVWB-HHZ (bt _E(F)  SwB-H type for semi-finishing
R A B R A B
8 0.5 0.01 10 0.6 0.01
10 2.1 0.05 12.5 0.7 0.01
12.5 3.0 0.09 15 0.9 0.01
15 818 0.09
= - \ 16 3.4 0.09
Ncle) Abos T aror ano oo o Soute PO 20 43 | 0.2

@ 25 5.2 0.14



// DIJET

Oy W s Pad 2e b |7+ ) ) -1 E-J L +-8 Recommended cutting conditions for Swing Ball 20mm dia.

i

I ® &

Type of machining

HRHIAA FuItiE | UHIRG BT BHIbINT ZRUVEHIDIIT
Materials Grade Parameter Slotting Shoulder cutting Shoulder cutting
FRjR R n (min") 3,180 3,180 3,180 2,860
@(251%%.%558&5 JC5040 V# (mm/min) 890 1,000 800 570
Medium carbon steel ap(mm) 5 5 10 16
(€50, €55)
150-250HB 8e (mm) - 4 5 2
54 JC5040 n (min) 3,020 3,020 3,020 2,700
L) Logots | Vi (mmmin) 820 920 760 540
Cast steel :
T (kD | aotmm) ° ; 2 5
150-285HB giciel it de (mm) = 4 5 2
TEif n (min) 2,700 2,700 2,700 2,390
(SKD1T, SX105%) Vi (mmvmin) 680 810 630 480
“ Die steel JC5040 8p(mm) 5 5 10 16
(1.2379)
150-255HB de (mm) - 4 5 2
BEANEH 108015 n (min) 1,750 1,750 1,750 -
%ngg_ngHCg:) (mu@gﬁ-mowm) V (mm/min) 350 400 320 -
Hara(?ggi;)teel (Recommtgnceiltgslése IVIOW) ap(mm) ~E ~E ~4 -
40-50HRC " de (mm) - 8 4 -
AIBEDM - I5E AN n (min 1,400 1,400 - -
(SKD11) JG8015 v - -
E355-63HRC (mm?%%%owm) f (mm/min) 280 350
Weldlngggggjge)ned steel (Recomméggitﬁs%%e'mow) ap(mm) ~1 ~1 — —
55-63HRC de(mm) - 3 - -
NI HiFTE n (min) 3,180 3,180 3,180 2,860
ﬁ§¢1(F6002—520€)>0HB JC8015 Vf (mm/min) 1,160 1,300 1,040 740
%%Séi{g)" ap(mm) 5 5 10 16
160-260HB 8e (mm) = 4 5 2
5054 ikt G iHk n (min) 3,020 3,020 3,020 2,700
(FCD700, Giaa1) Lcgots |Vt (mmmin 980 1,100 910 650
NOdtj(lgaéé%t)imn ap(m ) 5 5 10 16
170-300HB 8e (mm) - 4 5 2

n: TEMOEERE, Vi:E)RE, ap: ThAHRE, Qe: EvIT1—K

) 1. EEEOEIEISRAS RIS KD —IBIECHUTRELIEE W,

2. I770—ER) ICTTRALEE L,

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

Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. Use air blow.

y o oVl L0 Vs W0 | =10 oy 20 S P4 -8 Maximum plunging depth and feed rate for Swing Ball

R HIAF RAE TERE Tooldia.: ¢DC (mm)
Materials Max.value 20 25 30, 32 40 50
8% (FC.FCD,GMH) ap(mm) 4 5 10 15 15
Cast iron (66,GGG) f (mm/rev) 0.30 0.40 0.40 0.40 0.40
PR A%, T8E | ap(mm) 3 4 8 10 n
Cast steel, Alloy steel, Die steel | f (mm/rev) 0.25 0.30 0.30 0.30 0.30

ap: YIAHES, %08

F) Pt EFRFYIEREO TS VNIEHRELEE A
PUZAITEATIHEFEVEZ T TERLIES L.

ap : Depth of cut, f: feed

Note) In case of using -H type insert (main blade for semi-finishing), plunging is not recommended.
But in case of working, recommend to reduce the feed.



|
Sw I n! I Ba ll Indexable Ball Nose End Mill
i B Al y

AL W& ZeV % b e |7 +:40)|=[E- -8 Recommended cutting conditions for Swing Ball 16mm dia.

m I B R
Type of machining 53
ENLT EWEBHIDIIT ZFWVEHIDINT
R+ FwIifiE eSS Slotting Shoulder cutting Deep shoulder cutting
Materials Grade Parameter B & overhung length
50mm | 100mm | 50mm | 100mm | 50mm 100mm
i n (min7) 4,000 4,000 4,000 4,000 3,800 3,800
S0, So5C) (jgg??g) Vi (mmmin) | 560 560 | 1,000 | 800 570 460
Carbon steel
(%rsgyncssgf dp(mm) 4 2 4 3 8 8
Below 250HB e (mm) — — 5 3 4 2
b3z n (min) 3,800 3,800 3,800 3,800 3,600 3,600
ﬁggggghlg&% Jc5118 Vi (mm/min) 530 530 950 760 540 430
Cast steel
($§7232e5e; d8p(mm) 4 2 4 3 8 8
Below 285HB de (mm) = = 5 3 4 2
TEH n (min) 3,800 3,800 3,800 3,800 3,600 3,600
e ko) JC8050 | Vi(mmwmim) | 530 | 530 | 570 | 460 | 470 | 430
Die steel JC5118
(1.23!13,8 18.3379) ( ) &p(mm) 4 2 4 3 8 8
Below 255HB de (mm) — — 5 3 4 2
; JEA T ; n (min) 2,200 2,200 2,200 2,200 2,000 2,000
SKD61, DAC, DHA, ;
B 40-50HRC 1C5118 VE (mm/min) 260 260 260 260 240 240
Hardened die steel
e d st Bp(mm) 2 1 2 ! ° 3
40-50HRC e (mm) — — 2 1 1 1
(SK['J%AD@MD " n (min") 1,200 1,200 1,200 1,200 1,000 1,000
Br50-60HRC JC5118 Vf (mm/min) 150 120 140 140 120 120
Hardened die steel
(12344, 1.0379) ap(mm) 1 1 2 1 6 4
50-60HRC e (mm) — — 2 1 1 1
ek n (min) 3,800 3,800 3,800 3,800 3,600 3,600
. EQE%JHCSKN: JC5118 Vi (mm/min) 760 760 1,400 1,100 1,300 1,100
& Nodular cast i
rey (G%,ueg(;fs iron ap(mm) 4 2 4 3 8 8
Below 300HB de (mm) = = 6 3 4 2
TUIN\—R n (min") 3,400 3,400 3,400 3,400 3,200 3,200
(HPMﬁggéglﬁgﬁi% P01 yc8os0 Vf (mm/min) 480 480 510 400 380 380
Mold steel JC5118
(1.2%11?%30) ( ) &p(mm) 4 2 4 3 8 8
30-43HRC e (mm) — — 5 3 4 2
Z?_-‘/IJX)-':'?IH ) f\} (min-) 3,800 3,800 3,800 3,800 3,600 3,600
SUS304 JC8050 f (mm/min 530 530 7 4 47 4
EE250HBLT (JC5118) ( ) 570 60 0 30
Stainless steel &p(mm) 4 2 4 3 8 8
Below 250HB e (mm) — _ 5 3 4 5

n : TEEEERE, Vi E)&EE, ap: YhAHKRS, Ae: Ev771—K N : Spindle speed, Vf: Feed speed, @p: Depth of cut, &e : Pick feed

) 1. _EEROUIHISRMS . RIS KD —IRIMECIRU TREL T L, Note) 1. The figures to be adjusted according to the machine rigidity or work rigidity.
2. I77'0— &R [CTTRAELEEL, 2. Use air blow.

y Lo Po o i V)| Ml =10k SV Machined form by Swing Ball

< .SWBﬁ; SWB type
e — - 8 0.5 0.01

A F) SEimERIC ERDRBIARBRENELE T,

Note) Above form error can occur at center point.




// DIJET

AoV TR—Ib EI2S—AYR ERLIEIRMG
TYPE Recommended cutting conditions for MSW and MSN
EJaS5—AY FMSWH + BE—8 (EVa15—~\y REF—IVEBEY v I 7—I\)

TEZ(mm) Tool dia.
TR A 16
Work materials Grades FEL No. of teeth 2N
£ (mm) ap (mm) de (mm) n (min") V£ (mm/min)
PR 50 1.1 1 4,200 2,900
(S50C, S55C) JC5118
EE250HBATF
C(arbon ste)el (JC8050) 100 0.7 0.7 4,200 2,900
€50, €55
Below 250HB 150 0.3 0.3 3,600 2,520
bt 50 1.1 1 4,000 2,800
(GM190, ICD5)
BE285HBEAT JC5118 100 0.7 0.7 4,000 2,800
e
Below 285HB 150 0.3 0.3 3,400 2,380
T E4f 50 1.1 1 4,000 2,800
(SKD61, SKD11) JC5118
E&255HBLTF
( i | (JC8050) 100 0.7 0.7 4,000 2,800
1.2344,1.2379
Below 255H8B 150 0.3 0.3 3,400 2,400
JEANE 50 1 1 2,400 1,200
(SKD61, DAC, DHA)
iE&40-50HRC JC5118 100 0.6 0.6 2,000 1,000
o544, 1 2370)
toting 150 0.2 0.2 1,200 600
N@D&Dﬁ;\ﬂﬂﬂ 50 0.5 0.5 1,800 700
B 55-62HRC JC5118 100 0.3 0.3 1,600 650
Hard?%dsglge)steel
55-62HRC 150 - - - -
HHEk 50 1.3 1.3 4,000 2,800
(FC, FCD)
FE300HBLI T JC5118 100 1.2 1 4,000 2,800
Grey &(I\é%duéeg Gc)as,t iron
Belon 30015 150 07 05 3,400 2,400
TUIN—R /4 50 1.1 1 3,600 2,100
(HPM7, PX5, NAK8O, P20) JC5118
fEE30-43HRC
( A, | (JC8050) 100 0.7 0.7 3,600 2,100
1.2311, P20
s aHRe 150 0.3 0.3 3,000 1,800
Z?“JDX)%M 50 1.1 1 4,000 2,800
SUS304 JC8050
B 250HBLL T 100 0.7 0.7 4,000 2,800
Stainless steel (JC51 1 8)
Below 250HB 150 0.3 0.3 3,400 2,400

0 IRINVERHELRS, ap: VhAA#RE, @e:EvV71—K, n: TEEERE, Vi &k)RE
2 : Overhung length, ap: Depth of cut, &e : Pick feed, N : Spindle speed, Vf: Feed speed

BEALOXEEIR
1) LECDIEISRA S BB S KD — IR U TRELLIZE L,
2) UOUDRELUSBE R WHAHRS Z LERHEBLIBERLLTLIEE V. 3V FOIRREZ T IF TRALEE L.
3) BEULAEWESE RAYIAHEBApXae=3F CEMTRET T (IRANIIZER)

TeREUGEEE VI SERMAIE S KUD—TAIEICRU TRF TS 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 short overhung, maximum ap can apply 3mm except hardened steel. But please adjust Vf according to machine and work rigidity.
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Sw I n! I Ba ll Indexable Ball Nose End Mill
IW B I\l y

A9V TR—Ib EYAS—AYR EEEIRE

Recommended cutting conditions for MSW and MSN
EJa5—AY FMSWH + BE—®(EY15—~\v RAF—IVEBEY v I 7—I\)

Fv7

TEZ(mm) Tool dia.

W IAA s 20 25 30/32
Work materials Grades K# No. of teeth 2N F#L No. of teeth 2N F#L No. of teeth 2N
9 ap ae n Vi 2 ap ae n Vi 2 ap de n Vi
(mm) (mm) (mm) | (min?) |(mm/min)[ (mm) (mm) (mm) | (min?) |(mm/min)[ (mm) (mm) (mm) (min") |(mm/min)
(Sg—ﬁﬁﬂc) 70 | 1.3 | 1.3 [4,800(3,360| 90 | 1.3 | 1.3 |3,800 2,700/ 100 | 1.5 | 1.5 13,000|2,100
ﬁﬁgazrgggtseg? JC5040| 120 | 0.8 | 0.8 4,800/3,360| 140 | 0.8 | 0.8 [3,800 2,700 150 | 1.0 | 1.0 13,000|2,100
(€50, C55)
B e 190 | 0.3 | 0.4 |4,000/2,800| 210 | 0.3 | 0.5 [3,200/2,200| 210 | 0.3 | 0.7 |2,6501,860
(GM%O@CDS) Jcso40| 70 | 1.3 | 1.3 4,000/2,800| 90 | 1.3 | 1.3 |3,200/2,240| 100 | 1.5 | 1.5 |2,600|1,820
WE285HBLLT |JC8015| 120 | 0.8 | 0.8 |4,0002,800| 140 | 0.8 | 0.8 3,200(2,240| 150 | 1.0 | 1.0 |2,600 1,820
(15}235"5‘3 (40|-(I:RCLLU:)
Below 26518 |wovediird| 190 | 0.3 | 0.4 |3,600/2,500| 210 | 0.3 | 0.5 |2,8001,960| 210 | 0.3 | 0.7 |2,3001,600
TRl 70 | 1.3 | 1.3 [4,000(2,800| 90 | 1.3 | 1.3 |3,2002,240| 100 | 1.5 | 1.5 12,600|1,820
(SKD61, SX105V)
T 255HBLLT | 05040 120 | 0.8 | 0.8 4,000 2,800 140 | 0.8 | 0.8 |3,200(2,240| 150 | 1.0 | 1.0 2,600 1,820
oo aren 190 | 0.3 | 0.4 3600 2500] 210 | 0.3 | 05 2,800/1,960| 210 | 0.3 | 0.7 |2,300|1,600
BEANEE  [Jycso15| 70 | 0.5 | 1.0 [3,000(1,500| 90 | 0.5 | 1.0 (2,500 1,250 100 | 0.8 | 0.8 |2,000|1,000
(SKD61, DAC)  |smimrsm
BE40-SOHRC | oM WP 120 | 0.3 | 0.4 |2,500(1,250( 140 | 0.3 | 0.5 2,000 1,000 150 | 0.5 | 0.7 1,800 900
ardened die steel Recommong
o [mESS 190 | - | - | - | - |20 - | - | - | - |210] 02| 07 |1,600 800
M?@;{ﬁ)\mﬂ Jcsois| 70 | 05 | 05 2,300/ 920 90 | 0.5 | 0.7 (1,900 760| 100 | 0.6 | 0.8 1,600 720
PRI TA
BE55-02HRC MW 120 | 0.3 | 0.4 [2,000) 800| 140 | 0.3 | 0.5 [1,600) 640| 150 = 0.3 | 0.7 [1,300) 590
(12379)  [Recommend
55-62HRC  [tperen | 190 | — - - - 210 | - - - - 210 | - - - -
(Flcﬁng) 70 | 15 | 1.5 [4,000(3,200] 90 | 1.5 | 1.5 |3,200/2,560| 100 | 1.5 | 1.5 12,600|2,100
@300HBILT
o e o Jcso15| 120 | 1.0 | 1.0 |4,000/3,200( 140 | 1.0 | 1.0 [3,200(2,560| 150 | 1.0 | 1.0 |2,600 2,100
e AT 190 | 03 | 0.4 |3.600/2900] 210 | 03 | 0.5 |2.800|2.240| 210 | 03 | 0.7 |2,300]1,800

0 IRINEHULES, ap: hAARRE, Ge: EvIT74—KR, n: TEREEE, Vi E)EE

2 : Overhung length, ap : Depth of cut, e : Pick feed, N : Spindle speed, Vf:Feed speed

W{ERA LDEREIR

1) LEEDYIAISEAF G ERAIES KOO — IS C THEELSEE L,
2) CUWNREUISE R WHAGFRS Z LEEHER) B UTLIEE V. H30 EEEmEE Z T F TRALIEE 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.

Lo Po) Lo b V05— | = Tow 2y Il Machined form by Swing Ball

@SWB-HA (da{t_E(F) sws-H type for semi-finishing

A

) SEimEBIC_ ERDRBRARBRENELET .

Note) Above form error can occur at center point.

@SWBHZ sws type

R A B R A B
8 0.5 0.01 10 0.6 0.01
10 2.1 0.05 12.5 0.7 0.01
12.5 3.0 0.09 15 0.9 0.01
15 3.3 0.09
16 3.4 0.09




M oroET
[ 3 A s Py o] |/ dm B "Swing Ball ECO" SWE type

. EBNE3d—-FH{ERMBRF v =R,
ERTRYT 2T —=hDFEAICEVELHIER ZRIR. ‘
ARAIE TIEE RO e E R ARICS 1T B I BN THE, ) CIorey € e

. Economy insert with 3 corners.
. 3D inserts geometry gives low cutting forces.
. Bring out the maximum performance for lower rigid machine.

1
2
3
1
2
3

DIN #3248 DIN standard

SWE-W type(wziwkvy+vvo) SWE-C type(avex—vavyvro)
(Weldon shank) (Combination shank)
SWE-MT type (®=wz25=1xv+>7) SWE-S type(RFL—=bv+ )
(Morse taper shank) (Straight shank)
Flg.1 (DTJUR>2+>% Weldon shank) Flg.3 (AEX—3><+>/% Combination shank)
Vany
V]
s I
R 2 ‘ g5
L
Flg.2 (E—JLRAFT—I\Z+>/2 Morse taper shank)
J/ MT. No.
2 A N 3
R/ 22 J 25 gs
L L
BZ(E Body
R ~ /f (mm) Dimensions 9I:1‘syert7 Cala?njiﬁl;v V%r:ajn?;
g = Vi
at. No. 0CK | No. of
Noof| R |@Dc| £ | £2 | 4s | L |@Ds \ &> .
SWES5045842 o 100 | 100 | 200
SWEMb5045842 o 100 | 150 | 250
SWEL5045542 o | 6 |2 50 % 5150 300 ¥ T | = 4
SWEE5045542 ° 150 | 200 | 350 =
SWES5045C508 ° 120 | 80 | 200 e | I
SWEM5045C508 () 170 80 | 250 _ & 6 =
SWEL5045c508 | @ | © | 25 | 30 % o0 80 aoo | 298 = =z < |°
SWEE5045C508 ° 270 | 80 | 350 e | A
SWE-50120-MT5 () 120 | 136 | 256 w
SwEsoi70-MTs | @ | ° | 2 | 50 | %5 470 136 | 30s | MTO MAX25 2 2
SWE-50100-W50 [ J 100 | 100 | 200
SWEs0150ws0 | @ | ° | % | 30 45 455 100 [ 250 | VOO !
F) RMECF VI FHAALTHIER Ao KIS Cutting conditions 750‘{7*“3%2& ?Fiﬁﬁl*lbggl:l-m)
Note) All cutters are supplied without inserts. D;w;:;eﬂw ecomm:f L

[ @ | X—AH—7EER Standard stock items O :EB7EEER Soon to be stocked O TEENFIEDREEFEE  Soon to be deleted } @




Ba ll Indexable Ball Nose End Mill

SWB/SWE#

Lo D)Lk i) | P w0 ret- 24w Inserts for "SWING BALL ECO"

mn==ju

{EEHIAZ Low-resistance type

FH5E{ERAZ Stronger edge type

PIEED A For welding type

e & &

PVDO—3«>/% PVD coated

SWE350MB T

SWE350MS

PVDO—5«>/% PVD coated

JC5040

PVDI—3F+>% PVD coated

SWE350MW SEsTiG

A4 2O R=Ib - TIDMITEHH

Cutting data for "SWING BALL ECO"

" EZ Partname | E—~A—REFE! Mold for heat guard
<
T o | #% Hl # Material FC250
7=
# ' < Hardness | —
% S|’ B ToolNo. | SWES5045C508
I (o)
5" | FUSTE.ME InsertNo. | SWE350MB(JC5040)
tIEERE, OERE Ve, (n) 204 m/min, (1,300 min)
® ERE % 600 mm/min
i)
?JI[IE ap 15 mm
% (&)
& % Result k2| ae 10 mm
5
A SICHERTYIEIER, FRERIT. © | 7=5Uk Coolant #3 Dry cut
Improved cutting resistance and tool life
thapn competitor?q fSEFR R Machine FIFEMC MC
" % # Part name | 4 >F—EBG@AESR! Stamping die for inner parts
1 <
TS| # Hl # Material HMD5
"=
# E < Hardness | —
% S’ B ToolNo. | SWES5045C508
I o
5 | FuFHEME InsertNo. | SWE350MB(JC5040)
YIHNRE. OEmRE Ve, (n) 204 m/min, (1,300 min'")
o | EUEE vi 600 mm/min
Ke]
& R Result 7% S| ap 10 mm
o
fipA BT H A TEIHIRID RIS <, %ol a 10 mm
PRIENIERWLWIUMND S, F@m 257 v, £
| ™. ab
[EmITERE T IRATTRE O\ -3k Coolant &3 Dry cut
Showed much lower cutting resistance than
competitor and good breaking chips. Improved tool . 2
life two times. Possible to use on lower rigid machine. fEFAbEHL Machine FIEMC MC
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WA Pk e W mmt-i39)- 15 =8 Recommended cutting conditions for Swing Ball Eco 50mm dia.

m I

|
7

Type of machining ae . {@ &
_ @
HEI Fw I iitE PSS &L BHEIWIlIT
Materials Grade Parameter Slotting Shoulder cutting
(EPﬁ%ﬁlﬂ) SWE3S0MB n (min") 1,500 1,500 1,500
S50C, S55C :
#x150-250HB SWE350MS Vt (mm/min) 360 500 300
Medi bon steel
50, 055) JC5040 ap(mm) 15 19 25
150-250HB de(mm) - 10 10
b= N (min) 1,350 1,350 1,350
(GM190, ICD5) SWE350MB Vo i 305 450
fE&150-285HB SWE350MS (mm/min) 300
c |
(1-7525) JC5040 | &e(mm) 15 10 25
150-285HB Qe (mm) - 10 10
( I=E: | SWE3S0MB n (min" 1,000 1,000 1,000
SKD11, SX105V
B 150-255HB SWE350MS V# (mm/min) 250 300 200
Die steel
(1 2379) JC5040 &p(mm) 15 10 25
150-255HB 8e(mm) - 10 10
BEANE n (min 1,000 1,000 1,000
(SKD61, DAC#1) SWE350MW V
B&40-50HRC JC5015 f (mm/min) 150 200 150
Hargeggi;)teel SWE350MS ap(mm) ~6 ~5 ~8
40-50HRC JC5040 ae (mm) - 6 ~8
AABDH - FEANE n (min") 1,000 1,000 -
_{sko1) SWE350MW | V4 (mm/min) 130 150 -
f#&55-63HRC
Welding gggr?dge)ned steel JC5118 ap(mm) ~5 ~3 -
55-63HRC de(mm) - 5 -
R HEEE n (min) 1,500 1,500 1,500
(FC250) I Ty —— 420 600 400
< 160-260HB SWE350MS (mm/min)
Casti
(Ga25) JC5040 &p(mm) e ik 25
160-260HB Qe (mm) = 10 10
’57'7(94 )bﬁ%ﬁ%ﬁﬁjﬁﬁi SWEISOMB N (min") 1,300 1,300 1,300
FCD700, GM241
= 170-300HB SWE50MS Vt (mm/min) 300 430 280
Nodular cast i
o JC5040 | ap(mm) 15 10 25
170-300HB Qe (mm) - 10 10

n: TEOEEE, Vi X)EE, ap: ThARRS, ge: Evy714—K

2. I770—ER) ICTTRALEE L,

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

) 1. EEEOLIEISAE A S KU —TIBIEICBU TR EE 0,

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

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

DIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang
Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260

DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

DIJET INDUSTRIAL CO., LTD. (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
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DIJET INDUSTRIAL CO., LTD. (Chengdu Office)
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Tianfu Avenue North, Hi-Tech District, Chengdu City,Sichuan, P.R.CHINA
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

DIJET INDUSTRIAL CO., LTD. (Wuhan Office)
Room A3117, Zhongshang office Bldg, No.7 Zhongnan Road, Wuchang,
Wauhan City, Hubei, China
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DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
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OO K FORE BEMECID T AICTERLREE VL. X ARBRFB O R 2 H/N\—ZERALIEE L,

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

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