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“SKS-G II ” SKG / MSG type, innovative high feed cutter
achieved extremely excellent chip removal rate!
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“SKS-G II” SKG / MSG type, innovative high feed cutter achieved extremely excellent chip removal rate!
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Applicable to deep cutting of mold material or high feed machine
aircraft parts that made of titanium alloy & stainless steel.
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Adopted low cutting force & economical 4 corners positive insert, achieved stable high feed machining.

(1044 R4 5 — NGRS EYIABEAT.5mm.
(1494 2TaA2.5mme A H DY TIRE.

Large @p machining is possible. (Max.@p=1.5mm in case of using insert 10-type &
Max.a@p=2.5mm in case of using 14-type insert)
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Cutting force LY 15347 Feed force)
comparison 7,000 4373 Main force)

& 9977 Back force)
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73 (Resultant force)
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4,000 Material P21
3,000 @I E&E: ¢63mm

Tool dia.
2,000 A Y — M InsertNo. :

’ SPNW100415ZTR (JC8118)

1,000 OUIHISRMF

Cutting conditions :

0 Vc=80m/min, fz=1.5mm/t,

“"/SKS-G OI(0»63 M &t e af‘f1 .Sm[n, ae=40mm,
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3insert grades “JC8118", “JC8050” & “JC7550"
can be widely applied from general & mold steel N
to hard-to-cut materials such as high hardened die steel, FIUEE:

titanium alloy & stainless steel. E AT YU AHICIE
k | JC7550

For titanium alloy & stainless steel.
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Large chip pocket achieved excellent chip removal.
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Tool life comparison SKS-G Il achieved 3.2 times longer tool life compared
with competitor M, 1.8 times longer compared

g I CompetltorM | CompetltorU I with competitor U, and 1.2 times longer compared
h-*.l".’ S oo
‘ Conventlonaltool

#HI#: 7' \— K88 (32HRC)
Material: P20
@I ERE: ¢63mm

Tool dia

(A 28— BFZE Insert No.

SPNW100415ZTR (JC8118)
[ e

Cutting conditions «

Ve=150m/min

ap=1.5mm, ae

ﬁlfﬁEﬁEVB (mm) Flank wear
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Criterion of tool life



SKS-GII

Line u

QR7IALTFTSA4R(SKG-109 1)

Facemill type (Insert 10-type)

@ —SURUTE

Through coolant hole

®Db

G-Body;
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=

N
]
» K
Q KK Body
<t (mm) Dimensions SHRSA A —h
2 Applicable
. . Es inserts
2" W& EE | IH F—INF YA (k;}
3 cat o, Stock |No.of | ope | L | eDb | 6d | 6ot | a | b | 2 S Weight
SKG-4050R-10 ® 4 50 | 50 | 40 |22225| 14 84| 5 20 |M10x1.5x35% |<ERFEAIMIGE| 0.3
VN Head cap screw
_ : : 40 [22225| 14 4 20 |M10X1.5x i ]
= % SKG-5050R-10 ® 5 50 | 50 0 5 84| 5 0 0x1.5X35% (Siim head) 0.3 SPNWA s
=2 SPET10%*
5? SKG-5063R-10 ® 5 63| 50 | 48 |22205| 17 84| 5 20 |[M10 AErfasnn | 05 AR
“ 1| SKG-6063R-10 ® | 6 | 63| 50 | 48 |22225| 17 | 84| 5 20 |M10 WIs#EE) | g5
z Head cap screw
SKG-6080R-10 ® 6 80| 70 | 65 (3175 | 26 | 127 | 8 32 |M16 (JIS Standard) | 1.2
SKG-4050R-10-22 | @ 4 50 | 50 40 |22 14 | 10.4 | 6.3 | 20 |M10X1.5x35% |ABRRMERINIGE)| 0.3 #Bah Parts
Head cap screw T
SKG-5050R-10-22 | @ 5 50 | 50 | 40 |22 14 104 | 63 | 20 |M10X1.5x35% (Slim head) 0.3 7778 Clampscrew
SKG-5052R-10-22 | ¢ 5 52 | 50 | 42 |22 166|104 | 63 | 20 |Mi0 0.3 &
- -
=73 | SKG-5063R-10-22 | @ 5 63 | 50 | 48 |22 17 | 104 | 63 | 20 |Mi0 05
S TSW-3509H
;3 SKG-5063R-10-27 | @ 5 63 | 50 | 48 |27 20 [124 | 7 22 |M12x1.75X30%  xgxpzsuh | 05
o
c¥ (JISHH&) L>F Wrench
@ 1.] SKG-6063R-10-22 | @ 6 63| 50 | 48 |22 17 104 | 63 | 20 |M10 eadoapsorw | 05
SKG-6063R-1027 | ® | 6 | 63| 50 | 48 |27 | 20 |124 | 7 | 22 |Mi2x1.75x30%| VSsanded | g5 /‘\
SKG-6066R-10-27 | ¢ 6 66 | 50 | 50 |27 20 124 7 22 | M12x1.75x30% 06
A-15T
SKG-6080R-10-27 | @ 6 80 | 50 | 60 |27 20 [124 | 7 22 | M12x1.75x30% 09
.:?(—7]_&@5': Standard stock |tc:ns
YeEN A B 5 (108 ~2BRIFEE) Stock in Europe. (14 days delivery upon ordering) 75‘/7#8\[) ?Ei&l\)l/7(N-m)
) 1. AKCA VY — AR THY F B Ao Clamp screw Recommended torque
2. ¥ENFHY A IEEDT=D, 7—\NAEy RIVNERFBULTBIET . ZOMICDOEXLTIF. 7—NAFEOMBRILNEERAEE L,
TSW-3509H 3.0

3. 7—=/NEtybRILEM10X1.5X 353 UBESREN ¢ 13D/\EI A F T,
Note) 1. All cutters are supplied without inserts.

2. % mark shows: these cutter body are equipped with the set bolt because of the specified bolt size. Except for these cutter body, please use the set bolt equipped with arbor.

3. Set bolt (M10x1.5x35) is slim head type with ¢13 head dia.

-~

Cffect is much improved.

M EE(CEN A8 M+ REOGNLIER(C KXY, REFES65HRCL L EFEEN DAEF IR FEILE T AAMA M S LU TEFH
ZHERGBH30%LU E7w 7o BRI TRAFICORNZEFIBLE T SIS UK T DIBFTE. SEOREZITHT 2R BHIET .

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
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QEJVAS—AYRILT(MSG-109 1)
Modular head type (Insert 10-type)
@J—SVRITE

G_B@dy Through coolant hole

MD

@Dc

Lf

Q &IF Body

32 | 43 | 28 |M16| 12 | 22 | SPNW10#x
SPET10%:
40 | 43 | 32 |M16 | 14 26 SPMT10%:%

TSW-3509H A-15

[ BN BN J
ISEFSERSRIN

@:A—N—TEER Standard stock items
YeBN B E R (HA 108 ~23BRIF2E)  Stock in Europe. (14 days delivery upon ordering)

). AECA VY —MIBAATHUEE Ao
2. EVAS—AYRDIEEEHF I ML FZPA72IBRIIZE V.
3. MSG-4040/4042-10-M163TEE—HA N — 7=\ FEDEBED R ZHRVZLET . TSW-3509H 3.0
Note) 1. All cutters are supplied without inserts.
2. Please see page17 for recommended tightening torque.
3.In case of using MSG: -10-M16, ining with MSN carbide shank straight arbor type.

QA1 B —K(SKG-10B8 K U'MSG-105 1 TH)
Insert 10-type

Fig.1 SPNW100415ZTR Fig.2 SPET100415ZPER-SM Fig.3 SPMT100415ZPER-SM
|
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I
I
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It \Rts &l
- 10.0 446

@ A—N—TEERD Standard stock items

17 —210BAUTY,
10inserts per case.



SKS-GII

Line u

Q FBE—®(Evis—~vrRLI—LBES v I7—1)

MSN Carbide shank arbor 7 ) )
BI VRSV TIAT Endmill shank type L BWANLU—R7—/INI A Straight arbor type

-3V I\/’TH:& Through coolant hole .EﬁbxﬂﬂI For high productivity - I\7"‘\ﬁi\'- Through coolant hole .EﬁE$BDI For high productivity

9D2: I—SUhsE
Fig.2 9 Coolant hole dia
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¢Ds h6

% i ~+i% (mm) Dimensions BE) W% £ 5+ (mm) Dimensions ER(kg)

Cat. No. Stock|gDs| 21 | L |#D1|6n° | MD | ¢D2 |Weight : Cat. No. Stock | ¢Ds L MD oD2 | Weight
MSN-M12-25-S25C @ 25| 25| 90|24 - 053] 1 MSN-M12-185S-S23C | @ 23 185 M12 6 0.98
MSN-M12-55-S25C @ 25| 55/120(24 | - 072 1 MSN-M12-265S-S23C | @ 265 1.42
MSN-M12-100T-S32C | @ | 32 | 100|180 |23.5 2° 161 2 MSN-M12-185S-S24C | @ 185 1.07
MSN-M12-105-S25C | @ | 25 | 105|170 (24 - [M12] 6 |1.03]| 1 MSN-M12-265S-S24C | @ 24 265 M2 6 1.54
MSN-M12-135-S25C | @ | 25 |135|215|24 - 1.30| 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-155-S25C | @ | 25 | 155|220 |24 - 134 1 MSN-M12-215S-S25C | @ 25 215 M12 6 1.36
MSN-M12-200-S25C | @ | 25 | 200|265 |24 - 1.58| 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M16-25-S32C @ 32| 25| 90|29 - 085 1 MSN-M16-160S-S28C | @ 160 1.22
MSN-M16-55-S32C @® | 32| 55/120(29 - 1.13| 1 MSN-M16-230S-S28C | @ 28 230 M16 8 1.77
MSN-M16-77-S32C @ | 32| 77|157|29 - 147 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M16-97-S32C @ | 32| 9717729 - 164 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M16-105-S32C | @ | 32 |105(170|29 - 1.59| 1 MSN-M16-217S-S32C | @ 217 222
MSN-M16-117T-S32C | @ | 32 | 117|197 (29 |0°38’ 188 2 MSN-M16-287S-S32C | @ 82 287 M16 8 2.94
MSN-M16-127-S32C | @ | 32 | 127|207 |29 - 1.89| 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-127T-S32C | @ | 32 | 127|207 |29 |0°30\M16| 8 [2.23| 2 @ X——FEEESD Standard stock items
MSN-M16-155-532C | @ | 32 [155|220|29 | - 204| 1 B,
MSN-M16-177-S32C | @ | 32 | 177|257 |29 - 232 1
MSN-M16-177T-S32C | @ | 32 | 177|257 |29 |0°2% 278| 2
MSN-M16-195-S32C | @ | 32 | 195|260 |29 - 240| 1
MSN-M16-197T-S32C | @ | 32 | 197|277 (29 |0°23 300| 2
MSN-M16-225-S32C | @ | 32 | 225|290 |29 - 257 1
MSN-M16-245-S32C | @ | 32 | 245|310 (29 - 274 1
MSN-M16-295-S32C | @ | 32 |295|360(29 | - 317 1

@ A—H—FERER Standard stock items
i) BEVAS—AYROERFEM NI 7R—Y TSRSV,

Note) Please see page 17 for recommended tightening torque.

Q 1BEl G-Body (®v25—AvrRERF—Lvvo7—1)
MGN G-Body steel shank holder
OSHIENDOMAKICENSG-Body @¥3—h917
OEHURIHMEVIITY RISl ZHC K DWIEXRIC(E.
AT A=V RAICHENEBEG-Body (RF =LY+ T) ZHRVIELET,

@D2: T—T/RNJUE  coolant hole dia

@Adopted ultra-rigid and improved body durability "G-Body". o7
@Short type - - _ —d 5
@Cost-effective and high strength steel shank holder. ‘ é
21 |
=13 a~ . L

BIVRIIVIvTIAT Endmil shanktype

.G—E‘JI\WM%E Through coolant hole i geac M1l Ei(kg)

Cat. No. Stock|¢Ds | €1 | L [eD1|6n° |MD |eD2| Weight

G:Bod| MGN-M12-35-525 ® 25|35(105 24 | — |Mm12 0.36

b/
MGN-M12-85-S25 @ 25 |85(165(24 | — [M12 0.57
MGN-M16-37-S32 @® (323710729 | — |[M16 0.56
' MGN-M16-77-S32 @ (32| 7715729 | — |[M16 0.83
@ A—H—FEEEGD Standard stock items

) 1. EY25—AYRETREG-BodyfH S0 BEFDUIHIRMAE, 13R— I DIBEYHIRHAREZDFFEAIEST V.
2. EVaS—AYROBERFMLIF17R—IZ TSRS,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 13)
2. Please see page 17 for recommended tightening torque.

[0 e N IR I
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MSA Arhor integrated carbide shank

BMBT> v+ J9 A7 BT shanktype

-3V I\/"'Qh‘i“\- Through coolant hole

L

.'.‘E'—]ﬁ‘é%ﬂl]:[ For high productivity

// DIJET

BWHSK-A2 v 209 A 7P HSK-A shank type
Qﬂ—iyl\ﬂﬁt\‘— Through coolant hole .Eﬁggﬂﬂl For high productivity

L

E(ﬁf:ﬁyd) Corgdoshenk 21 £ (BFF+>/2) Carbide shank o
E 5 £2 BT No. £ 5
5 |
g] == é[ | e —

™ wo |

& = ~ti%(mm) Dimensions B W& 1 ~ti%(mm) Dimensions B )

Cat. No. Stock|gas) g1 | 82 | L |D1|MD | D2 |BT No,\Veisht Cat. No. Stock|gaes) g1 | 82 | L | D1 |MD | #D2 |Hsk No|\Veisht
MSA-M12-12525BT40 | 3 | 25|100| 42 |125| 24 |M12| 45 |BT40| 2.0 MSA-M12-12525-A68 | | 25(100| 42 |125| 24 |M12| 45 | A63| 1.9
MSA-M12-150-50-BT40 | | 50|100| 42 |150| 24 |M12| 45 |BT40| 2.1 MSA-M12-150-50-A68 | | 50(100| 42 [150| 24 |M12| 45 | A63| 2.0
MSA-M12-175-75BT40 | | 75(100| 42 |175| 24 |M12| 45 |BT40| 2.3 MSAM12-175:75-A63 | | 75|100| 42 |175| 24 |M12| 45 | A63| 2.2
MSA-M12-200-100-BT40 | ¢ (100|100 | 42 |200| 24 |M12| 45 |BT40| 2.4 MSA-M12-200-100-A63 | 3 [100[100| 42 |200| 24 |M12| 45 | A63| 2.3
MSA-M12-225-125-BT40 |  [125|100| 42 |225| 24 |M12| 45 |BT40| 2.6 MSA-M12-225-125-A63 |  |125(100| 42 |225| 24 |M12| 45 | A63| 2.5
MSA-M16-125-25-8T40 | | 25(100| 42 |125| 29 |M16| 54 |BT40| 2.6 MSA-M12-250-150-A63 |  [150(100| 42 |250| 24 |M12| 45 | A63| 2.6
MSA-M16-150-50-8T40 | | 50100 | 42 |150| 29 |M16| 54 |BT40| 2.8 MSA-M16-140-25-A63 | 3 | 25|115| 42 |140| 29 |M16| 54 | A63| 2.6
MSA-M16-175-75-8T40 | | 75(100| 42 [175| 29 |M16| 54 |BT40| 3.0 MSA-M16-165-50-A68 | | 50|115| 42 |165| 29 |M16| 54 | A63| 2.8
MSA-M16-200-100-BT40 | 3 [100|100| 42 |200| 29 |M16| 54 |BT40| 3.2 MSA-M16-190-75-A63 | | 75|115| 42 [190| 29 |M16| 54 | A63| 3.0
MSA-M12-140-25-BT50 | | 25|115| 42 [140| 24 |M12| 45 |BT50| 4.6 MSA-M16-215-100-A63 |  [100|115| 42 |215| 29 |M16| 54 | A63| 3.2
MSA-M12-165-50-BT50 | | 50|115| 42 |165| 24 |M12| 45 |BT50| 4.7 MSA-M12-140-25-A100 | | 25|115| 42 [140| 24 |M12| 45 |A100| 3.4
MSA-M12-190-75-BT50 | | 75|115| 42 [190| 24 |M12| 45 |BT50| 4.9 MSA-M12-165-50-A100 | | 50|115| 42 |165| 24 |M12| 45 |A100| 3.5
MSA-M12-215-100-BT50 |  [100|115| 42 |215| 24 |M12| 45 |BT50| 5.0 MSA-M12-190-75-A100 | 3 | 75|115| 42 |190| 24 |M12| 45 |At00| 3.7
MSA-M12-240-125-BT50 | 3 [125|115| 42 |240| 24 |M12| 45 |BT50| 5.2 MSA-M12-215-100-A100 | ¢ [100|115| 42 |215| 24 |M12| 45 |A100| 3.8
MSA-M12-265-150-BT50 | ¢ [150 |115| 42 |265| 24 |M12| 45 |BT50| 5.3 MSA-M12-240-125-A100 | 3 [125|115| 42 |240| 24 |M12| 45 |A100| 4.0
MSA-M12-290-175-BT50 | 3 [175|115| 42 |290| 24 |M12| 45 |BT50| 5.5 MSA-M12-265-150-A100 | ¢ |150|115| 42 |265| 24 [M12| 45 |A100| 4.1
MSA-M16-140-25BT50 | | 25|115| 42 [140| 29 |M16| 54 |BT50| 4.8 MSA-M12-290-175-A100 | 3 [175|115| 42 |290| 24 |M12| 45 |A100| 4.3
MSA-M16-165-50-BT50 | 3 | 50 |115| 42 |165| 29 |M16| 54 |BT50| 5.0 MSA-M16-140-25-A100 | | 25|115| 42 [140| 29 |M16| 54 |A100| 4.0
MSA-M16-190-75BT50 | | 75|115| 42 [190| 29 |M16| 54 |BT50| 5.3 MSA-M16-165-50-A100 | 3 | 50|115| 42 |165| 29 |M16| 54 |A100| 4.2
MSA-M16-215-100-BT50 | 3 [100|115| 42 |215| 29 |M16| 54 |BT50| 5.5 MSA-M16-190-75-A100 | | 75|115| 42 [190| 29 |M16| 54 |A100| 4.5
MSA-M16-240-125-BT50 | ¢ [125|115| 42 |240| 29 |M16| 54 |BT50| 5.7 MSA-M16-215-100-A100 | ¢ 100|115 | 42 |215] 29 |M16| 54 |A100| 4.7
MSA-M16-265-150-BT50 | 3 [150 |115| 42 |265| 29 |M16| 54 |BT50| 5.9 MSA-M16-240-125-A100 | 3 [125|115| 42 |240| 29 |M16| 54 |A100| 4.9
MSA-M16-290-175-BT50 | 3 |175|115| 42 |290| 29 |M16| 54 |BT50| 6.1 MSA-M16-265-150-A100 | 3 |150|115| 42 |265| 29 |M16| 54 |A100| 5.1
MSA-M16-315-200-BT50 | 3 [200 |115| 42 |315| 29 |M16| 54 |BT50| 6.3 MSA-M16-290-175-A100 | 3 [175|115| 42 |290| 29 |M16| 54 |A100| 5.3
MSA-M16-340-225-BT50 | ¢ |225|115| 42 |340| 29 |M16| 54 |BT50| 6.5 MSA-M16-315-200-A100 | ¢ |200|115| 42 |315| 29 |M16| 54 |A100| 5.5
©:X—N—LERER Sandard sock toms KSHELERER Make 0 order MSA-M16-340-225-A100 | 3 |225|115| 42 |340| 29 |M16| 54 |A100| 5.7
) 1. EVAT—AYREEE—FEH SO EROUIHIEREE, 13— OFEYIHIRHERZ Z DFFEA<EE L,

2. EVAS—AYROHEERHHI NI 7R—VZ TSRS,

4, R LDBESFBEERBISVET,
Note) 1. In case of using modular head combined with MSA arbor, apply the recommended cutting conditions sheet (see page 13).
2. Please see page 17 for recommended tightening torque. 3. MSA arbor is supplied without pull studs.

4. If you are in urgent need of these products, there are stock in our distributor, too.

3. FIWARIYRIBLTEUE R Ao

@ X—H—T1EEER Standard stockitems ¥ EFFLEFEGR Make to order
) 1. EV25—AYREFEE—FEG SO EROUIHISRAHE. 13— OIRETHISRHFRE Z DFFBEAEE W,

2. EV2S—AYROHEEMF NI E17R—IZTBRIIZE L,

3. IMCARLDBSFMEEERBITVET,
Note) 1. In case of using modular head combined with MSA arbor, apply the recommended cutting conditions sheet (see page 13).
2. Please see page 17 for recommended tightening torque.

3. If you are in urgent need of these products, there are stock in our distributor, too.




SKS-GII

Line u

QR7IALTTSAA(SKG-149417)
Facemill type (Insert 14-type)

®fig.1 TSN ®fig.2 7—SVRREL

Lf

G_Bad Through coolant hole Without coolant hole
Vi (hy5EPDCc=¢100) (hy S @ODCc2H125)
o0 $Db
¢d
&d
a
<Py
! = -
o A
‘1 ‘ )
d1 ¢(‘i1
__ @bc ] @Dc

0 X7 Body

RERFERI
° M10x15x35k | B | 03 | 1
Head cap screw
(Slim head)
SPNW
[ ] 4 63 50 48 |22225| 17 8.4 5 |20 M10 ABRHER 0.5 1 1405152TR
® | 5 | 80| 70 | 653175 | 26 |127| 8 |32 |Mi6 UISEE) | 44 |
Head cap screw
[ ) 6 100 70 70 [31.75 | 26 12.7 8 |32 M16 (JIS standard) | 1.8 1
[ ] 6 125 | 63 | 100 |38.1 60 | 159 | 10 |38 M20 71 A7-1NA| 2.8 2
972 TRk
® 7 | 160 | 63 | 100 (508 | 85 |19 | 11 |38 |M24 Clmpbokt | 34 | 2
® | 4 | 50| 50 | 40 |22 96| 104 | 6.3|19.05|M10x15x35% *ﬁ’(ﬁ)ﬁgfﬁ”* 03 | 1 &
Head cap screw -
! ! ! X1.5X ; !
bie 4 52 50 42 |22 17 10.4 6.3 [19.05 |M10x1.5X35% (Slim head 0.3 1 CSW.513H
[ ] 4 63 | 50 48 |22 17 | 104 | 6.3|20 M10 0.5 1
® | 4 | 63| 50 | 48 |27 20 (124 7 |22 |\MI2X1.75X35K . gupry| 05 | 1
% | 5 | 66| 50 | 50 |27 | 20 |124 | 7 |22 |mi2xi7oxask| YSEE | o5 | )
Head cap screw S
() 5 80 | 50 | 60 |27 37 | 124 | 7 |22  |M12x1.75x35%| (IS Standard) | 0.8 | 1
A-20
[ ] 6 100 63 70 |32 45 14.4 8 |25 M16 1.6 1
@: X—A—TEEES Standard stock items
FeENEE 5 (HA 108 ~23BRIF2RE) Stockiin Europe. (14 days delivery upon ordering)
) 1. AEICA VP —NHBAA THIE B Ao
2. XENFH A RGOS, 7 — Ny MRILNERBLTBYET, ZOMICDEFELTIE. 7 — NS GORBRILNE S ERLEE V.
3. 7—/NE Y NRILNM10X1.5X35[3 TR RN ¢ 130D/\EI 1 FTT CSW-513H 55

Note) 1. All cutters are supplied without inserts.
2. % mark shows: these cutter body are equipped with the set bolt because of the specified bolt size. Except for these cutter body, please use the set bolt equipped with arbor.
3. Set bolt (M10x1.5x35) is slim head type with @13 head dia.




Qi1 5 —K(SKG-149 4 7 H)

Insert 14-type

“Jcate

N [ [ ]

@ A—N—TEER Standard stock items

17 —Z10BANTY .
10inserts per case. .

// DIJET



SKS-GII

7]'] I $ ﬁ“ Cutting data

@ PUN—RUHDEEVIITESFI (11094 7)) 1. High feed machining on mold steel (Insert 10-type)

RZHEURTE Overhung length : 130mm
ESRmNI. EEw Contouring & slotting

- =

T 1.SEDYIL < FHHE(Q=126a1/min)%Z
AL M TSIt 3.7 (2 D 3BRI405 1 V5 —k
10—F 19— TR T MGERD).

Achieved high metal removal rate (Q=126cni/min) by 1.8 times compared with competitor's tool. And
finished all the job with one corner, no wear or breakage, with a contact time of 3h 40min.

ZFR Partname TZ2F 7 & Plastic mold
O TATAE Work #HIHE Material TYN—R4(P201H) Mold steel (1.2311)
HEX Hardness 32-34HRC
5 Tool No. MSG-3032-10-M16
T8 Tool
A2~ Insertho|  SPNW100415ZTR (JC8118)
_ \ n in'
BT, HLEE Loy il
Cutting speed | v 201 (m/min)
SOERE % 6,300 (mm/min)
E3E Feedspeed ) £ 1.1 (mm/D)
Cutting conditions
ap 0.8 (mm)
ae 25 (mm)

—2>b Coolant

I7770— Airblow

{EFAREM Machine

ALFMC Vertical MC

@ PUN—RUHDEEVIITESGI (11494 7) 2. High feed machining on mold steel (Insert 14-type)

g"gtl:'l LR Overhung length : 220mm

RITHRD1.2{50 Y)W < FHFHE (Q=330c/min)

ZERB KU1 I—FHVHBRENITE .
Achieved high metal removal rate (Q=330cni/min) by 1.2 times compared with competitor's
tool. And able to machine about 3 hours per 1 corner.

2R Partname TS2F & Plastic mold
FWINT AR Work HHI#1 Material | 71J/N\—K> 48 (P2048) Mold steel (1.2738)
TEX Hardness 36HRC
5 Tool No. SKG-6080R-14-27
T & Tool
{2 H—NSE nserto|  SPNW140515ZTR (JC8118)
_ n in'
B IR =0 i
Cutting speed | v 140 (m/min)
S Vi 4,000 (mm/min)
ESe LEIRRLL fz 1.2 (mm/t)
Cutting conditions
ap 1.5 (mm)
e 55 (mm)
9—7>b Coolant I7 78— Airblow
{EFHERR Machine ALFSMC Vertical MC

@ FIVERDFHEEITIZEHI (11094 ) 3. High efficient machining on Ti-alloy (Insert 10-type)

g"'&tt'l LR Overhung length : 110mm

B R ZEE LT ANE— NI T,

CUONRBLKZENIN TEIULK T HIH B RIF.
Machining test piece shaped like aircraft parts. No chatter & smooth cutting,
and achieved good chip removal.

2% Part name T AME =X Test piece
O TATF Work #HlIAt Material Ti-BAI-4V
FEX Hardness 50HRC
F5& Tool No. MSG-3032-10-M16
T2 Tool
A2 —RH53E InsertNo.| SPET100415ZPER-SM (JC7550)
_ n in’
B, I <er7 i)
Cutting speed | 1/ 60 (m/min)
S % 1,075 (mm/min)
E3Gs e fz 0.6 (mm/1)
Cutting conditions
ap 1 (mm)
ae 12.8 (mm)

J—Z>h Coolant

YR (RIEBHEIH) Wet (internal)

{EFEM Machine

ALFSMC Vertical MC




SPNW10/ SPE(M)T type inserts

BIWELE

Corner radius fof programming

Rl

remane \/

|™/<Over CL?;Q
/\Max. ap=1.5

// DIJET

7°|:| 9\\5 -LA‘[’EEiJ:a)j —TﬁquE% Definition of corner shape for programming

BWSPNW10 / SPE(M)T10fEA 5 —hk

BSPNW 14214 V8 —b
SPNW14 type inserts

—

St

er Cut

Max. ap=2.5

Z07'SL3J—HR
Corner radius for programming
/
HIWELE
Remains
W=10.8
TRIZMERBD | guass HIELE
. Over cut Remains
Corner R for programming
R3.5 0 1.60
R4.0 (B Standard) 0 1.46
R4.5 0.06 1.32
R5.0 0.17 1.19

W=7.6
TRIZMERED | geass ML
Over cut Remains

Corner R for programming

R2.5 0 0.99
R3.0(FA standard) 0 0.84
R3.5 0.09 0.71
R4.0 0.23 0.59

(o N T — )
20774 LIl LiRD:F=EIE
SVE>VZ 0T Ramping

AUAJVIIT Helical interpolation
@Dh

©
ap

Tool dia.

TERe¢Dc

O3 VEYT AUAIVII T FE)REZRETHIRMHRD70%U T TINILTLEE L,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

Attention for profile milling

@Y —)U/NZADEHTFE Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc
Y—)LINRE VXS TER®
Tool pass dia. Bore dia. Tool dia.

O— L DVIAHRE DN RAVIAH RS ap%e
BZBRVEKSICLTLEEL,

Depth of cut per one circuit should not exceed

max. depth of cut ap.

@Y—)L/NZADEEEAEIET IV HYNIIEB LS

RESETEWICLTLIZE L,

Down cutting is recommended, so tool pass

rotation should be counterclockwise.

2 ELJ T Ramping AUBHIVARBFANT Helical interpolation
X A = < .
- TaE EEML | BXO2E | momsy BAYAHRE (@p) S/ EP
Tool dia ATRER Re-ap B0 () e B/ BANE
Cat. No. . Eff. Cutting dia. Max. depth el = ﬂuIﬂ%@ﬂJﬁJEéL (mm) Min. bore dia. Max. bore dia.
(mm) il -, Max. ramping Total cutting length at Dh min (mm) Dh max (mm)
angle 6° Max. ap
MSG-2025-10 25 9.8 1.5 1° 95.5 36 48
MSG-3032-10 32 16.8 1.5 1° 95.5 50 62
MSG-4040-10 40 248 1.5 1° 95.5 66 78
MSG-4042-10 42 26.8 1.5 1° 95.5 70 82
SKG-*050R-10 50 34.8 1.5 1° 95.5 86 98
SKG-5052R-10 52 36.8 1.5 1° 95.5 90 102
SKG-*063R-10 63 47.8 1.5 0°45' 127.3 112 124
SKG-6066R-10 66 50.8 1.5 0°45' 127.3 118 130
SKG-6080R-10 80 64.8 1.5 0°30' 191 146 158
SKG-4050R-14 50 28.4 25 1° 143.2 80 98
SKG-4052R-14 52 30.4 25 1° 143.2 84 102
SKG-*063R-14 63 41.4 25 0°45' 191 106 124
SKG-5066R-14 66 44.4 25 0°45' 191 112 130
SKG-5080R-14 80 58.4 25 0°30' 286.5 140 158
SKG-6100R-14 100 78.4 25 0°20' 430 180 198
SKG-6125R-14 125 123.4 25 0°20' 430 230 248
SKG-7160R-14 160 138.4 25 0°15' 573 300 318

10



11

128 42 ) B SR £

SKS-GII

Recommended cutting conditions

07'_‘\‘794,707541(SKG-1 09’(70) Facemill type (Insert 10-type)

1/2
TE#Z(mm) Tool dia.
Work materials Brnks FEL No. of teeth 4N FIEL No. of teeth BN FIEL No. of teeth BN
2 ap ae n % 2 ap ae n Vi 2 ap ae n %
(mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") {(mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)

s ~150 | 15 | ~32 | 1,020 | 7,340 | ~150 | 1.5 | ~32 | 1,020 | 9,180 |~150 | 1.5 | ~44 | 810 | 7,290
(S50C, S55C) JC8050 200 | 1.2 ~32 11,020 | 7,340 | 200 | 1.5 ~32 | 1,020 9,180 | 200 | 15 | ~44 | 810 | 7,290
FES250HBLLT (Jc8i1g)| 250 | 08 ~32 | 890 |5340| 250 | 1.2 ~32 | 890 |6680| 250 | 1.2 | ~44 | 710 | 5,330

St SPNWIOHM 300 | 06 | ~32 | 830 | 4980 | 800 | 1 ~32 | 830 |6230| 300 1 ~a4 | 660 | 4.950

SEloWZ0HE 350 | 05 | ~32 | 830 |4650| 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4,620

TR#@ ~150 | 15 | ~32 | 1,020 | 7,340 | ~150 | 1.5 | ~32 | 1,020 | 9,180 |~150 | 1.5 | ~44 | 810 | 7,290
(SKD61,SKD11) jogosg| 200 | 12 | ~32 | 10207340 | 200 | 1.5 | ~32 | 1,020 9180 | 200 | 1.5 | ~44 | 810 | 7.290
6E5255HBL:FF (Jcg118) 250 | 08 | ~32 | 890 |5340| 250 | 1.2 ~32 | 890 |6680| 250 | 12 | ~44 | 710 | 5330

(s g SPNWIO® 300 | 06 | ~32 | 830 | 4980 | 300 | 1 ~32 | 830 |6230| 300 | 1 ~a4 | 660 | 4.950

Aelow 255HE 350 | 05 | ~32 | 830 | 4650 | 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4,620
T ~150 | 15 | ~32 | 1,020 | 7,340 | ~150 | 1.5 | ~32 | 1,020 | 9,180 [~150 | 15 | ~44 | 810 | 7,290
(HPM7,PX5,P20) JC8050 200 1.2 ~32 | 1,020 | 7,340 200 1.5 ~32 | 1,020 | 9,180 200 1.5 ~44 810 | 7,290
##&30-36HRC (Jcsi1g) 250 | 08 ~32 | 890 |5340| 250 | 1.2 ~32 | 890 |6680| 250 | 1.2 | ~44 | 710 | 5,330

(s tm  SPNWIOR 300 | 06 | ~32 | 830 | 4980 | 800 | 1 | ~32 | 830 | 6230 | 300 | 1 | ~a44 | 660 | 4950

S0 SBHRE 350 | 05 | ~32 | 830 |4650| 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4,620
BN ~150 | 12 | ~32 | 700 |4,200 |~150 | 12 | ~32 | 700 | 5250 [~150 | 12 | ~44 | 560 | 4,200
(NAKBO, HPMI, P21), jog11g| 200 | 1 ~32 | 700 | 4200 | 200 | 12 | ~32 | 700 | 5250 | 200 | 12 | ~44 | 560 | 4,200
#&38-43HRC |(jc8050) 250 | 0.7 | ~32 | 640 | 3840 | 250 | 1 ~32 | 640 | 4800 | 250 | 1 ~44 | 510 | 3,830

Asanpsy  SPNWIOR 300 | 06 | ~32 | 510 | 2860 | 300 | 05 | ~32 | 510 | 3570 | 300 | 05 | ~44 | 400 | 2,.800

SHSHRE 350 | - . . 350 | - - 350 | - .

. ~150 | 1 ~32 | 640 |3,580|~150 | 1 ~32 | 640 | 4480 |~150 | 1 ~44 | 510 | 3570
(SKDB1, DAC, DHA) 200 | 0.8 ~32 | 640 | 3,330 | 200 | 0.8 ~32 | 640 | 4,160 | 200 | 0.8 ~44 | 510 | 3,320
#E&42-52HRC | JC8118| 50 | 06 | ~32 | 640 |3070| 250 | 06 | ~32 | 640 |3840| 250 | 06 | ~44 | 510 | 3,060
Hardened die steel {SPNW107%

(1.2344, 1.2379) 300 - - - 300 - - 300 - -

122RE 350 | - . . 350 | - - 350 | - .

o ~150 | 15 | ~32 | 1,150 | 8280 | ~150 | 15 | ~32 | 1,150 10,350 |~150 | 1.5 | ~44 | 910 | 8,190

(FC, FCD\) 200 | 15 | ~32 | 1,150 8280 | 200 | 15 | ~32 | 1,150 10,350 | 200 | 15 | ~44 | 910 | 8,190
‘T'Eg:%(’,u?jff SJP%%‘O?W 250 | 12 | ~82 | 1,150 | 6,900 | 250 | 12 | ~32 | 1,150|8630| 250 | 1.2 | ~44 | 910 | 6,830

e 300 | 08 | ~32 |1,020|6,120| 300| 08 | ~32 | 1,020 | 7.650 | 300 | 0.8 | ~44 | 810 | 6,080

Below 300HB 350 | 05 | ~32 |1,020|6,120| 350 | 05 | ~32 | 1,020|7.650| 350 | 05 | ~44 | 810 | 6,080

. ~150 | 1 ~32 | 950 | 4,940 | ~150 | 1 ~32 | 950 |6,180|~150 | 12 | ~44 | 760 | 5320

;((sTu/s;gj? Joresg| 200 | 1 ~32 | 950 |4940| 200 | 1 ~32 | 950 |6.,180 | 200 | 1 ~44 | 760 | 4940
BX250HBLIT (SPET1OW| 250 | 0.8 | ~32 | 830 |3980| 250 | 0.8 | ~32 | 830 |4980| 250 | 0.8 | ~44 | 660 | 3,960

Stalesssteal  SPMTIOT] 300 | 06 | ~32 | 760 | 3040 | 300 | 06 | ~32 | 760 |3800| 300 | 06 | ~44 | 610 | 3,050

350 | 04 | ~32 | 640 | 2560 | 350 | 04 | ~32 | 640 |3200| 350 | 05 | ~44 | 510 | 2,550
~150 | 1 ~32 | 380 | 910 [~150 | 1 ~32 | 380 | 1,140 [~150 | 1 ~44 | 300 | 900

ssoas  JO7S50| 200 | 08 | ~32 | 380 | 910| 200 | 08 | ~32 | 380 |1.140| 200 | 08 | ~44 | 300 | 900

(Ti6Al4y) SPETIOF| 250 | 06 | ~32 | 380 | 760 | 250 | 06 | ~32 | 380 | 950 | 250 | 06 | ~44 | 300 | 750

Tanumaloy SO 300 104 | ~32 | @80 | 610| 300 | 04 | ~32 | 380 | 760| 300 | 0.4 | ~a4 | 300 | 600

350 | - ; - 350 | - - : 350 | - -

£ : ZHUR Overhung length  ap:

ERLDEERR

1. EEEOEIEI R AN S LU — VB ICISU TREC LSV, (EREEIBT50RERIVICT)

AL F YY) DEBEEARNTLEEN,
BHEMBAREDHE R ETTHAHFRIEERL BV RICNS SV ViE T TERC LSV,

4 IT7—TO- LK TRELIBE T TLLEEN HIC IHMCTOF +vEF M I TEPINTRIZIC

EBLERL,

VUNWDRELIHE R AHRSE ERBIELNGIRL TSV HBVEEEREEE T U TRV,

Note:

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

BB DEHAFRES Axial depth of cut e : R EDEHAFFFRS Radial depth of cut 1 : TEDOEHRE Spindle speed Vi 3XWUIRE Feed speed

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

Feed speed.
*4. Use air blow.



~150 1.5 ~44 810 | 8,750 | ~150 1.5 ~60 640 | 6,910
200 | 15 | ~44 | 810 | 8750 | 200 | 1.5 ~60 | 640 | 6,910
250 | 12 | ~42 | 710 | 6390 | 250 | 1.2 ~55 | 560 | 5,040
300 | 1 ~42 | 660 | 5940 | 300 | 1 ~55 | 520 | 4,680
350 0.5 ~42 660 | 5,540 350 | 05 ~55 520 | 4,370

~150 | 15 | ~44 | 810 | 8750 |~150 | 1.5 ~60 | 640 | 6,910
200 | 15 | ~44 | 810 | 8750 | 200 | 1.5 ~60 | 640 | 6,910
250 | 12 | ~42 | 710 | 6390 | 250 | 1.2 ~55 | 560 | 5,040
300 1 ~42 | 660 | 5940 300 | 1 ~55 | 520 | 4,680
350 | 05 | ~42 | 660 | 5540 | 350 | 05 ~55 | 520 | 4,370

~150 | 15 | ~44 | 810 | 8750 |~150 | 1.5 ~60 | 640 | 6,910
200 1.5 ~44 810 | 8,750 200 1.5 ~60 640 | 6,910
250 1.2 ~42 710 | 6,390 250 1.2 ~55 560 | 5,040
300 | 1 ~42 | 660 | 5940 | 300 | 1 ~55 | 520 | 4,680
350 | 05 | ~42 | 660 | 5540 | 350 | 05 ~55 | 520 | 4,370

~150 | 12 | ~44 | 560 | 5040 |~150 | 1.2 ~60 | 440 | 3,960
200 1.2 ~44 560 | 5,040 200 1.2 ~60 440 | 3,960
250 | 1 ~42 | 510 [ 4590 | 250 | {1 ~55 | 400 | 3,600
300 | 05 | ~42 | 400 | 3360 | 300 | 05 ~55 | 320 | 2,690
350 - - - - 350 - - - -

~150 | 1 ~44 | 510 | 4,280 | ~150 | 1 ~60 | 400 | 3,360
200 | 08 | ~44 | 510 | 3980 | 200 | 0.8 ~60 | 400 | 3,120
250 | 06 | ~42 | 510 |3670| 250 | 0.6 ~55 | 400 | 2,880
300 - - - - 300 - - - -
350 - - - - 350 - - - -

~150 1.5 ~44 910 | 9,830 | ~150 1.5 ~60 720 | 7,780
200 1.5 ~44 910 | 9,830 200 1.5 ~60 720 | 7,780
250 1.2 ~42 910 | 8,190 250 1.2 55 720 | 6,480
300 | 08 | ~42 | 810 | 7290 | 300 | 0.8 ~55 | 640 | 5,760
350 | 05 | ~42 | 810 | 7290 | 350 | 05 ~55 | 640 | 5,760

~150 | 12 | ~44 | 760 | 6380 |~150 | 1.2 ~60 | 600 | 5,040
200 1 ~44 760 | 5,930 200 1 ~60 600 | 4,680
250 | 0.8 | ~42 | 660 | 4,750 | 250 | 0.8 ~55 | 520 | 3,740
300 | 06 | ~42 | 610 | 3660 | 300 | 06 ~55 | 480 | 2,880
350 0.5 ~42 510 | 3,060 350 | 05 ~55 400 | 2,400

~150 1 ~44 300 | 1,080 | ~150 1 ~60 240 860
200 | 0.8 | ~44 | 300 | 1,080 | 200 | 0.8 ~60 | 240 860
250 | 0.6 | ~42 | 300 900 | 250 | 0.6 ~55 | 240 720
300 0.4 ~42 300 720 300 | 0.4 =~ 240 580
350 - = - - 350 - - - =

// DIJET

£ : ZZHURSE Overhung length  @p: B175EIDEBAIHES Axial depth of cut  8e : 2EEABDYHAIHFES Radial depth of cut 1 : TEOEERE Spindle speed Vi 3XEE Feed speed

fEREDEEER

1. LEEOVIRIRA AR BIE S L U7 — I BIMIC G TREECL SV, (£EEIRBT50RERILICT)
RUVWPRELIFE R AR RSE LERBIELIHEL TS BBV EIEREEE T TEALSN,

772U A I H D3R BEE ALV TS,

“BEBBNAREDHE . FTTAARIEZL TV RICNH LU VIE T TIREALES L,

*4.T7—TO—CEWEIIKFREWIZET - TSV, BIC SIHMCTOX v ET (I T TRENICFRIZIC

ARG,

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

Feed speed.

*4. Use air blow.
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% iﬁ t).] ‘ﬁu 7% ﬁ: Recommended cutting conditions

Q=E9“15—’\‘yl<“947° (N\SG-1 09’(70) Modular head type (Insert 10-type)

TEZ(mm) Tool dia.

A —hk 25 32 40/42
HHIAE g
Work materials Grades FIE No. of teeth 2N FIEL No. of teeth 3N T No. of teeth 4N
2 ap ae n % 2 ap ae n Vi 2 ap ae n %
(mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") {(mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)
o | ~75 1 ~9 | 2,290 | 6,870 | ~100 1 ~14 | 1,790 | 8,060 | ~100 1 ~24 | 1,430 | 8,580
(S50C, SSS\C) JC8050
#RE250HBLLT | j0g11g) 125 | 08 | ~9 |2290|6870| 150 | 0.8 | ~14 | 1,790 8,060 | 150 | 0.8 | ~24 | 1,430 | 8,580
Carbon steel 2
(C50,C3) SPNW 107
Below 250HB 175 0.6 ~9 |2290 | 6,410 210 0.6 ~14 | 1,790 | 7,520 210 0.6 ~24 | 1,430 | 8,010
TEE S25) 1 ~9 1,910 | 5,730 | ~100 1 ~14 | 1,490 | 6,710 | ~100 1 ~24 | 1,190 | 7,140

(SKD61,SKD11)
211! ycgos0
#8a256HBLLT | jog11g) 125 | 08 | ~9 |1,910|5730| 150 | 08 | ~14 | 1,490 6710 | 150 | 0.8 | ~24 | 1,190 | 7,140

Die steel

(1.2344,1.2379) SPNWI107
Below 255HB 175 | 0.6 ~9 11,910 | 5,350 210 | 0.6 ~14 | 1,490 | 6,260 210 | 0.6 ~24 | 1,190 | 6,660
TIN—R4R ~75 1 ~9 | 1910|5730 | ~100 | 1 ~14 | 1,490 (6,710 [~100 | 1 ~24 11,190 | 7,140

(HPM7,PX5,P20)
JC8050
#30-86HRC | j0g11g) 125 | 08 | ~9 | 1910 5730| 150 | 08 | ~14 | 1,490 6710 | 150 | 0.8 | ~24 | 1,190 | 7,140

Mold steel 2
(1.2311,P20) SPNW10f

30-36HRC 175 | 0.6 ~9 11,910 | 5,350 210 | 06 ~14 | 1,490 | 6,260 210 | 06 24 | 1.190 | 6,660
TYIN—R4R S5 1 ~9 | 1,400 | 3,640 | ~100 | 1 ~14 | 1,090 | 4,250 | ~100 1 ~24 880 | 4.580

(NAK8O, HPM1, P21)} jog118

FEX38-43HRC (JC8050)| 125 0.8 ~9 1,400 | 3,640 150 0.8 ~14 | 1,090 | 4,250 150 0.8 ~24 880 | 4,580
Mold steel SPNW10%

(1.2311,P21)
38-43HRC 175 | 06 | ~9 |1,400|3360| 210| 06 | ~14 | 1,090 (3920 | 210 | 06 | ~24 | 880 | 4,220
AN ~75| 06 | ~9 |1,270|3050|~100| 06 | ~14 | 990 3560 |~100 | 06 | ~24 | 800 | 3,840
(SKD61, DAC, DHA)
#E42-62HRC | JCBI18| o5 | 4 | ~9 | 1270|3050 | 150 | 04 | ~14 | 990|3560 | 150 | 0.4 | ~24 | 800 | 3,840
Hardened die steel [SPNW107¥|
(1.2344, 1.2379)
42-52HRC 175 | 03 | ~9 |1270|2540| 210| 03 | ~14 | 990 |2970| 210 | 03 | ~24 | 800 | 3,200
i ~75| 12 | ~9 | 2290|6870 |~100 | 1.2 | ~14 | 1,790 | 8,060 |~100 | 12 | ~24 | 1,430 | 8,580
(FC, FCD) ’ ’
FEE300HBLLT  ycs8118
Grey & Nodular ispnwiod 125 | 1 ~9 | 2290|6870 | 150 | 1 ~14 | 1,790 | 8,060 | 150 | 1 ~24 | 1,430 | 8,580
castiron
(GG, GGG) P ~
B 175| 08 | ~9 | 2290|6870 | 210 | 0.8 14 | 1,790 | 8,060 | 210 | 0.8 24 | 1,430 | 8,580
7L ZSE ~75 | 1 ~9 |1,910|3820 |~100 | 1 ~14 | 1,490 | 4,470 | ~100 | 1 ~24 | 1,190 | 4,760

(SUS304) | JC7550
HEX250HBLLTF (SPET10/| 125 0.8 ~9 1,910 | 3,820 150 0.8 ~14 | 1,490 | 4,470 150 0.8 ~24 | 1,190 | 4,760
Stainless steel  {SPMT107%
Below 250HB

175 | 0.6 ~9 | 1,660 | 2,990 210 | 0.6 ~14 | 1,290 | 3,480 210 | 0.6 ~24 11,030 | 3,710

=75 1 ~) 760 910 [ ~100 | 1 ~14 600 | 1,080 [ ~100 | 1 ~24 480 | 1,150

FaLEE JC7550
(Ti-6Al-4y) (SPETIO®| 125 | 08 ~9 760 | 910 | 150 | 0.8 ~14 600 | 1,080 150 | 08 | ~24 480 | 1,150
SPMT10%

Titanium alloy

175 | 0.6 =~ 760 760 210 | 06 ~14 600 | 900 210 | 06 ~24 480 960

£ : TURZ)VRHURS Overhung length  @p : EH7STEIDYIAHIRS Axial depth of cut  @e : HEFFEDYHAHHRE Radial depth of cut 1 : TEOERRE Spindle speed  VF: iXRE Feed speed

ERAEDEEEER Note

*1. E@@f_ﬂﬁ“%f?‘i\ﬁ%ﬁiﬂ”ﬁfi;v’7—?ﬁ|ﬁ’ﬂ:ﬁU?§E¥<fféb‘o (J:EE‘;BTSOXE‘/F‘)LECT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUVIPRELIBE R NAHRSE LRBIELVOERL TSN BBV EEEEE T TEALES, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
722U A A DENBIEEALEN TSN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BHEMBAREDHE R ETTHAHFRIEERL BV RICNS SV ViE T TERC LSV, Feed speed.

4 IT7—TO- LK TRELIBE T TLLEEN HIC IHMCTOF +vEF M I TEPINTRIZIC *4. Use air blow.

EBLERL,
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Recommended cutting conditions

QTI'K‘7947°754Z(SKG-1 49’]’70) Facemill type (Insert 14-type)

// DIJET

1/3
TEZ(mm) Tool dia.
A it ;;'E—h 50/52 63 66
Work materials Grades FIEX No. of teeth 4N FEL No. of teeth 4N FIE No. of teeth SN

2 ap ae n Vi 2 ap ae n % 2 ap ae n Vi
(mm) | (mm) | (mm) | (min™) (mm/min)| (mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)
- ~150 | 2 ~28 | 890 | 6410|~150 | 2 ~40 | 710 | 5110 |~150 | 2 ~44 | 680 | 6,120
(S50C, S55C)  yogosg| 200 | 1.8 | ~28 | 890 | 6410| 200 | 1.8 | ~40 | 710 |5110| 200 | 18 | ~44 | 680 | 6,120
#RE250HBELT | (j0811g)| 250 | 1.5 | ~28 | 830 | 4980| 250 | 15 | ~40 | 660 | 3960 | 250 | 1.5 | ~44 | 630 | 4,730

St SPNWI4H 300 | 08 | ~28 | 760 | 4560| 300 | 08 | ~40 | 610 | 3660 | 300 | 0.8 | ~44 | 580 | 4,350

Below 25048 350 | 06 | ~28 | 640 | 3580| 350 | 06 | ~40 | 510 |2:860| 350 | 06 | ~44 | 480 | 3,360
TRE ~150 | 2 ~28 | 890 | 6410|~150 | 2 ~40 | 710 | 5110 |~150 | 2 ~44 | 680 | 6,120

(SKD61,SKD11)! jognen| 200 | 1.8 | ~28 | 890 | 6410| 200 | 1.8 | ~40 | 710 |5110| 200 | 18 | ~44 | 680 | 6,120
#255HBELT | j0g11g) 250 | 1.5 | ~28 | 830 | 4980| 250 | 15 | ~40 | 660 [3960| 250 | 1.5 | ~44 | 630 | 4,730

(zinisy  SPNWI4H 300 | 0.8 | ~28 | 760 | 4560| 300 | 08 | ~40 | 610 | 3660 | 300| 08 | ~44 | 580 | 4350

L 350 | 06 | ~28 | 640 | 3580| 350 | 0.6 | ~40 | 510 | 2860 | 350 | 0.6 | ~44 | 480 | 3,360

SUN—K 4B ~150 | 2 ~28 | 890 | 6,410|~150 | 2 ~40 | 710 | 5110 |~150 | 2 ~44 | 680 | 6,120

(HPM7,PX5,P20) | |~a050 200 | 18 | ~28 | 890 | 6,410| 200 | 1.8 | ~40 | 710 | 5110 | 200 | 1.8 | ~44 | 680 | 6.120
#&30-36HRC | jca11g)| 250 | 15 | ~28 | 830 | 4980| 250 | 15 | ~40 | 660 | 3,960 | 250 | 1.5 | ~44 | 630 | 4730

(':{'33"1’13}823', SPNW14#% 300 | 0.8 | ~28 | 760 | 4,560| 300 | 08 | ~40 | 610 | 3,660 | 300 | 08 | ~44 | 580 | 4.350
A0 SBHRE 350 | 06 | ~28 | 640 | 3580| 350 | 06 | ~40 | 510 |2.860| 350 | 06 | ~44 | 480 | 3,360

SUN—KAE ~150 | 16 | ~28 | 640 | 3840|~150 | 1.6 | ~40 | 510 | 3,060 |~150 | 1.6 | ~44 | 480 | 3,600

(NAK8O, HPMI1, P21)| jogq1g| 200 | 14 | ~28 | 640 | 3840| 200 | 14 | ~40 | 510 | 3060 | 200 | 1.4 | ~44 | 480 | 3600
#a38-43HRC |(ycgo50) 250 | 1.2 | ~28 | 640 | 3,840| 250 | 12 | ~40 | 510 | 3,060 | 250 | 12 | ~44 | 480 | 3.600

Aopsy  SPNWIAR 300 T 07 | ~28 | 510 | 2860| 800 | 07 | ~40 | 400 | 2240 | 800 | 07 | ~4a | 390 | 2.730
SEHSHRE 350 - - 350 - 350 | - - -
. ~150 | 1 ~28 | 570 | 2,740 |~150 | 1 ~40 | 450 | 2,160 |~150 | 1 ~44 | 430 | 2,580

(SKD61, DAC, DHA) 200 | 1 ~28 | 570 | 2,280| 200 | 1 ~40 | 450 | 1,800 | 200 | 1 ~44 | 430 | 2,150
#&42.52HRC | JC8118| 50 | g | ~28 | 570 | 1,820| 250 | 0.8 | ~40 | 450 | 1,440 | 250 | 08 | ~44 | 430 | 1,720

Hardened die steel [SPNW14;

(1.2344,1.2379) 300 | 05 | ~28 | 450 | 1,260| 300 | 05 | ~40 | 350 | 980 | 300 | 05 | ~44 | 340 | 1,190
(AR 350 - 350 - 350 | - - -
sk ~150 | 2 ~28 | 1,150 | 8,280 | ~150 | 2 ~40 | 910 |6,550 |~150 | 2 ~44 | 870 | 7,830

Eé’;%b ';%'ﬁT o1 200 | 1.8 | ~28 | 1,150 | 8280| 200 | 1.8 | ~40 | 910 | 6550 | 200 | 1.8 | ~44 | 870 | 7.830

Groy & Nodular spawiay 250 | 1.5 | ~28 | 1,150 | 6,900| 250 | 1.5 | ~40 | 910 | 5460 | 250 | 1.5 | ~44 | 870 | 6530
e 300 | 08 | ~28 | 1,020| 6,120| 300 | 0.8 | ~40 | 810 | 4,860 | 300 | 08 | ~44 | 770 | 5780

Below 300HB 350 | 06 | ~28 [ 1,020 | 5,710| 350 | 0.6 ~40 | 810 [4540| 350 | 06 | ~44 | 770 | 5390

£ : ZHURT Overhung length  @p:

ERALDEEER

5 DEHAFES Axial depth of cut

Qe FERFBDYHAIFES Radial depth of cut 1 : TEDERERE Spindle speed

1. LRI R EREIE S SO — VBN ICIEU TR SV, (ERIBBT50RERIVIZT)
RUVWNRELBE R YIRS REE LRMELVDHEL TN, HBVEEEEEE T CERLEAL,

FREL A T DFE)BEE AL VTS,
BHEWBNRE DB E 1. ETTAAFIEEFLTEEV RICNB LV VIE T TRALES L,

*4. 17— O—CEWHIKTRREMIBEIT > TSV, A IMC TOFR vET (I T TIREIVTRIRIC

BB,

Note:

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

Vi@ 3XWRRE Feed speed

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

Feed speed.
*4. Use air blow.
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2/3
TE#Z(mm) Tool dia.
wag Tt 80 100 125
Work materials B FIE No. of teeth SN FIEL No. of teeth BN FIEL No. of teeth BN
2 ap ae n % 2 ap ae n Vi 2 ap ae n %
(mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") {(mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)
s ~150 | 2 ~56 | 600 | 5400 | ~150 | 2 ~70 | 480 |5180 |~150 | 2 ~87 | 380 | 4,100
(S50C, S55C) | ogogg| 200 | 18 | ~56 | 600 | 5400 | 200 | 1.8 | ~70 | 480 | 5180 | 200 | 1.8 | ~87 | 380 | 4,100
#RS250HBLLT | j0811g)| 250 | 1.5 | ~56 | 560 | 4200 | 250 | 15 | ~70 | 450 | 4,050| 250 | 1.5 | ~87 | 360 | 3240
St SPNWI4H 300 | 08 | ~56 | 520 | 3900| 800 | 08 | ~70 | 410 | 3690 | 300 | 08 | ~87 | 330 | 2,970
Below 25048 350 | 06 | ~56 | 440 | 3080| 350 | 06 | ~70 | 350 |2940| 350 06 | ~87 | 280 | 2,350
TR#@ ~150 | 2 ~56 | 600 | 5400 | ~150 | 2 ~70 | 480 | 5,180 |~150 | 2 ~87 | 380 | 4,100
(SKD61,8KD11). jogosg| 200 | 18 | ~56 | 600 | 5400 | 200 | 1.8 | ~70 | 480 | 5180 | 200 | 1.8 | ~87 | 380 | 4,100
BE&255HBLIT | 0g11g) 250 | 1.5 | ~56 | 560 | 4,200| 250 | 15 | ~70 | 450 | 4,050 | 250 | 15 | ~87 | 360 | 3240
(s 2 SPNWI4H 300 | 08 | ~56 | 520 | 3.900| 300 | 08 | ~70 | 410 | 3690 | 300 | 0.8 | ~87 | 330 | 2,970
Aelow 2568 350 | 06 | ~56 | 440 | 3080| 350 | 06 | ~70 | 350 | 2940 350 | 06 | ~87 | 280 | 2350
T ~150 | 2 ~56 | 600 | 5400 | ~150 | 2 ~70 | 480 | 5,180 |~150 | 2 ~87 | 380 | 4,100
(HPM7,PX5,P20) JC8050 200 | 1.8 ~56 | 600 |5400| 200 | 1.8 ~70 | 480 |5,180| 200 | 1.8 ~87 | 380 | 4,100
#&30-36HRC | j0g11g) 250 | 1.5 | ~56 | 560 | 4,200| 250 | 15 | ~70 | 450 | 4050 | 250 | 1.5 | ~87 | 360 | 3240
(e SPNWI4H 300 | 08 | ~56 | 520 | 3.900| 800 | 08 | ~70 | 410 | 3690 | 300 | 08 | ~87 | 330 | 2,070
JUSEHRE 350 | 06 | ~56 | 440 | 3080| 350| 06 | ~70 | 350 | 2940| 350 | 0.6 | ~87 | 280 | 2,350
T ~150 | 16 | ~56 | 400 | 3,000|~150 | 1.6 | ~70 | 320 | 2,880 |~150 | 1.6 | ~87 | 250 | 2,250
(NAKSO, HPM1, P21): jog1qg| 200 | 14 | ~56 | 400 | 3000| 200 | 14 | ~70 | 320 |2880| 200 | 1.4 | ~87 | 250 | 2,250
#8e38-43HRC (cg050) 250 | 1.2 | ~56 | 400 | 3000| 250 | 12 | ~70 | 320 |2880| 250 | 12 | ~87 | 250 | 2250
(Amies  SPNWIR 00 07 | <56 | 320 | 2240| 800 | 0.7 | ~70 | 250 | 2.100| 300 | 07 | ~87 | 200 | 1,680
SHSHRE 350 . 350 | - . 350 | - - )
A ~150 | 1 ~56 | 360 | 2,160 | ~150 | 1 ~70 | 290 |2,090 |~150 | 1 ~87 | 230 | 1,660
(SKD61, DAC, DHA) 200 1 ~56 360 | 1,800 200 1 ~70 290 | 1,740 200 1 ~87 230 | 1,380
#E&42-52HRC | JC8118| o550 | 0g | ~56 | 360 | 1,440| 250 | 08 | ~70 | 290 | 1,390 | 250 | 0.8 | ~87 | 230 | 1,100
Hardened die steel SPNW147
1.2344, 1.2379) 300 | 05 | ~56 | 280 | 980| 300 | 05 | ~70 | 220 | 920| 300| 05 | ~87 | 180 | 760
122HE 350 . 350 | - 350 | - . .
8k ~150 | 2 ~56 | 720 | 6,480 | ~150 | 2 ~70 | 570 | 6,160 |~150 | 2 ~87 | 460 | 4,970
(FC, FCD) 200 | 1.8 | ~56 | 720 | 6480 | 200 | 1.8 | ~70 | 570 |6,160| 200 | 1.8 | ~87 | 460 | 4,970
"%ﬁff’fﬂ?jﬁf SJP%%L% 250 | 15 | ~56 | 720 | 5400| 250 | 15 | ~70 | 570 |5130| 250 | 15 | ~87 | 460 | 4,140
e 300 | 08 | ~56 | 640 | 4,800| 300 | 0.8 | ~70 | 510 | 4590 | 300 | 08 | ~87 | 410 | 3,690
Below 300HB 350 | 06 | ~56 | 640 | 4480| 350 | 06 | ~70 | 510 |4280| 350 | 06 | ~87 | 410 | 3.440

£ 1 ZHURT Overhung length  @p:

FALOEEHEE

1. EROEIR G AR S LT — VRIS TGREEC SV, (ERBIZBT50REZRILIZT)

2L 1 DR BIIEZLNWTLES L,
*BHEMBNTEDHE R FTYHAARIERL TV RICNB LU VIE T U TEALES L,

*4. I7 =T O—CENIKTIREIBET > TS HIS LTMCTOFvET A AT TN TRIBIC

EELEEG,

VNP RELISE I ANAHREE ERRBIEL)DERL THLEW HAVSEERREE TS TREAEV,

Note

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

BB DEHAIES Axial depth of cut e : HEERFEDEHAIFES Radial depth of cut 1 : TEDEEERE Spindle speed Vi 3EWIEE Feed speed

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

Feed speed.
*4. Use air blow.
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£ : BEURE Overhung length  ap : B75EIDYHAFHRS Axial depth of cut - @e : HRAFEDEBAFFRS Radial depth of cut 1 : TEDOERRRE Spindle speed  VF: 3EURE Feed speed
EALOEERERE Note:
1. ERROYIBIRAE . BRANE S SO T— I BINECEU TREC S, (LRIRBTS0XEXRILCT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
UV RELEBE G THAARSE LRBIEL) SR TSN, 3V EIEEREE T TERLEEN, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
772U A ) DOEN) BIREABNTEE, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEBBNATENHEE. ETTAARIERL TRV RICNB LU VIE T TREAES L, Feed speed.
*4. L7 =T O—CEWEICTRREMIBEAT o TRV FIC IHMCTOX vET (AT TR FURIRIC *4. Use air blow.
EBLLEEN,
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O EI1S—A\YR{ERLDFEEIE Attention

A TI15—AYR RUFHFEEDEER Attention to mounting head and MSN/ MGN shank holder.

BEY 15—\ YREEDFIIFFINE Tightening procedure

@®i&#E Cleaning

EI15—AYR F—IVBEY I 7 —/N\[TEE—&] (BL
LIGRF =L+ 07 —N\[TBEG-Body)) Dff#EEs%E L 7
—([CTERLIEE LY,

Remove dirt and chips with air from the connecting thread and shank
holder.

@{R#Es Initial Tightening

FHMOICT. EY21T—\vRigEEA —IVBEY T —
NIBEE—®] (BULLERAF—=ILyv I 7 —/N[EE
G-Body|) imENHcDFE TRIEH LTI EE L,

Tighten by hand until the head and the shank holder faces meet.
Q@ZHHF T Final Tightening
MLZabO—=ILZANFHBHULIFERR/INF (DST 1) IC
T HENMVIBETH KU EMES BARHDULTIZEW, BR
BBV EZESRLSIEE L,

Tighten slowly with torque control spanner wrench or DIJET DS type spanner
wrench and confirm that there is no gap.

(B (R E T ICIREICIREAN G SRETERD T HL.
RUBKIVIRET 2ERENGBUE T,

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

A\ EESEIE noTe

1. ZNFFML7arsO0—)LRING B ULIFERAR/NF (DS
IA ) T ERALREEVATMNLIEZSERLEEL) .

2. ZNF 3 DA FAEIC > W EOERS B TAMHDHLEE L,

3. EVASAYREF—IVBBEY vV I 7 — N [TEE—# (B
ULIZRF =LY+ 07—\ [TBEG-Body)) DisE A=
SET BEN BV EERRLZEL,

Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench.

2. Please turn the spanner wrench slowly during use.
3. Please confirm that there is no gap.

hlH1X s ftirhiLy ZEfE W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¢
M8 16N*m 10, 12%
M10 16N-m 14,15
M12 20N*m 17,19
M16 25N'm 22,26

). AN R EVAS—AYRKFICEFBLTBVFE Ao BIRBRHIEE N,

2. NL73YbO—LZNFREDIE, EY 15— Ay RO ZER (WHE) BEU
CHEZN T TRBLILE V(B EY 1S —AYRTERR—IBR).
RNFILETREHEEDNBBELBIBENHIFT )

3. ZEBW=86L<IF12GLEIBR) DEY 15— AYRCDOEHL T . FHR/NF
DS-8BLLIFDS-12ZZAELTHUET .

Note) 1. Modular heads are supplied without spanner wrench.
2. In case of choosing torque control spanner wrench, confirm that the wrench
size is match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)
3. ¢ mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

AN\TBEE—#(EV15—~AYRAZ—LBEY vV I 7 —I\) BEFDER Selection of "MSN Carbide shank holder”
NEH16EBDEY 15—AYREERT 3EEE HESD TmMmEL LEEOMHVEE—BZEEEL TIEZSL,
U< DO FHAFHIC KL THE—EDHIE T ZBRIHIE T,

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

¢Dc—¢pD1=1mm TETE

TAE—BDERE: oD )

MSN carbide shank
neck diameter

EIA5—NYRDIRE: $Dc

JUFP S5 R0.5mmBl EHE

Clearance necessary
more than 0.5mm

IS EBRET DD T—F UM,
I770—-DERZEHRELET,
Coolant or air blow is recommended to
remove the chips.

Modular head tool diameter

A IRELDHRILI NDEFFIFEFDER caution for the mounting to shrink fit holder.

F—IVBEY v I 7 —NTEE—®] EEV 15— NYRZEREFHRIVI TERT BMREF. EI15—A\VvRZERFTU
T. [TEE—# DHZFREZEHUTERMFIFTREE V. AYROERFIF ., BEFHEICIT>TLIREE 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.

) NYREMIFEFFREEHETSIENAYRPFVIHFTNCLLBRBIENBIFET,

Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.
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N VIS zalF IFEH#V2FL DIVET INDUSTRIAL CO., LTD.

ZS #t T547-0002 ARRMFEXNMER2TH1#E185

TEL. 06(6791)67811X% FAX. 06(6793)1221
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

Phone: 81-6-6791-6781 Fax: 81-6-6793-1221
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WERRZIE (REIREER)
T341-0038 FEE=Hrid 1T EH8&Eih2 ResidenciaZz1F
TEL. 048(949)7720 FAX. 048(949)7730
WEEEREERR
T221-0835 =) || B EmaR) | [ XESEH12 T B26814 $53%ME)USF
TEL. 045(290)5100 FAX. 045(312)0066
| Bld:sES=ES7]
T373-0818 B HBEAMM/\EARIO1 4251
TEL. 0276(45)8588 FAX. 0276(46)7446
Bl&EFT4RX
T983-0852 lIETH = HEF XS T H2835
TEL. 022(299)0528 FAX. 022(299)3270
WEGEEXE (BHEEEER)
T466-0034 L EMIBHIXEEE]1T B39%&Eith2 T &)UiHgsr1F
TEL. 052(851)5500 FAX. 052(851)8311
W=
T446-0058 BHIR L m= 0zl 1T B15&H#10 519 0— 8F
TEL. 0566(71)0505 FAX. 0566(74)3717
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BA # T 1§ T547-0002 ABRAGFHXIER2TEH1EH185
=B E XM 75180205 ==RFEMFHEE758-14
= H # I 5 T584-0022 KERMFEHEMHPEFIR2TE1E235

WEMA T4
T430-0926 EfRFATCPXRELET3408thdD7
TEL. 053(456)2133 FAX. 053(456)7938
WKBR3ZIE (APRESRFR)
T547-0002 ABRMFEXINER2THI1E18S
TEL. 06(6794)0216 FAX. 06(6794)0217
BELESRFR
T939-8096 ELMFEAR78E205 ERE_L)L 1-B
TEL. 076(425)5171 FAX.076(425)5187
BNLEESRMR
T734-0022 [LEMREXRETT BH23%155 fATEIV1F 1035
TEL. 082(282)3712 FAX.082(282)3742
WUMNESRFR
T812-0011 BEMIELXELERAIAT B38E3S &%) \BiK)LSF
TEL. 092(284)4610 FAX.092(284)4617

TEL. 06(6791)6781 FAX. 06(6793)1221
TEL. 0595(52)2800 FAX. 0595(52)2841
TEL. 0721(23)2700 FAX.0721(23)2705

DIJET GmbH (Europe)
Immermannstr.9 40210 Diisseldorf, Germany
Phone. 49-211-50088820, 50088822  Fax. 49-211-50088823
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang
Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699
IDIJET INDUSTRIAL CO., LTD. (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

A VI —RYbR—LR—T

IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
RM.No.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
322, ARCADIA
Hiranandani Estate, Patlipada, G.B. Road,
Thane (W) 400 607, India
Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395

Bt 7U—3—)b
YUFa— N\ 4 YUFa—
0120-39-81-39

SEXRMER
FAX 06-6793-1230

http://www.dijet.co.jp
CERALDEFR IT82R2cTERLERSIC

OTBYIBEIHISRM THEALBV T RE L, @K EREFEPLRITDH 2 TEIFMERLBENTIZE L,

Ot TDREL BEMELCLBTACTERLREE LV X RBRFPLRLAN—ZTERALEE L,

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

OLEMRIF RDHFERLEET BT ENHUFT, Specification shall be changed without notice.
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