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“QM MAX GII” GMX / MXG type with high efficient roughing.
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Ao w -l QM MAX GII” GMX / MXG type

4% = Feature of product
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Indexable cutter with high efficient roughing. Greatly improved metal removal rate!
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Low cutting force inserts with optimum cutting edge for high feed machining.
% Compared with conventional positive type cutter, chips thickness of QM MAX GII reduced by 14% (in case of ap=0.6mm).
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Insert thickness: 4mm improved strength by 1.2 times compared with conventional tool.
Economical double-side insert (4 corners).New SL breaker insert is available(suitable for titanium alloy).
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3insert grades “JC8118”, “JC7550” & “JC7560" can be L8118y \JCT560% LI5S0
widely applied from general & mold steel to hardened hardonad stoplfess P stos et s{gé?g]ntgﬁisﬁﬁq";ﬁgi.

die steel, high strength stainless steel & titanium alloy. thanSHEGEE i

A VY —MATEERFE Application
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Possible to stable high feed machining in case of long overhung length over L/D=6.
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Excellentin ramping and helical interpolation, and possible to high efficient pocket milling.
»%¢Possible to Max. ramping angle 1° in case of using ¢25mm tool dia.



Aol QM MAX GI” GMX / MXG type

t7] Hll 1% g€ Cutting performance

Q t)J ﬁu;&*ﬁthﬁi 1800 X (X577 Feed force)
Cutting force ' #16% Y (E%73 Main force)
comparison ° 1,600 D 1 Z (897 Backforce)

% 1,400 own: ©71  (Resultant force)
£120 BN — B B (wwist: ssoc R
£ 1,000 —— — _ — — [ X&EWUHH) Mat'l: C50
= 800 +——— I I @JHIZ4E Cutting conditions :
5 | LY &EDH) Vc=120m/min, fz=1.0mm/t,
~ 600 1— — —_ — ap=0.6mm, ge=15mm
B e gHvAvk I7J0—
g 400 — — —  Z(ESN Down cut Air blow
i
B 200 — — 1 ah @ T EE Tool No :
0 = MXG-4025-M12 (25X 41 %)
HHERR, TYIZATAI—MXGH (25947
Conventional tool (¢“25X4W3J) AP —MEE InsertNo :
(EY215—94F) ENMU100412ZER-PH(JC81 18)/
MXG type( ¢ 25x4N)
PH7 L—2I3HRIREICEA.
E5LZEEYHliEE
. n “PH breaker insert” is excellent in fracture
o JEU BEE?]:EEQ resistance and possible to higher feed machining
.. than conventional tool.
Feed limit fz=1Amm/t| fz=1.4mm/t | fz=1.6mm/t
comparison /HEI]M : SKD61 (46HRC) h
@PH Mat'l : 1.2344
— @UJHEIKMH Cutting conditions :
PHzrl;ke? O O O Vc=95m/min, dp=1.0mm, de=0-19mm
PvFRI YAV ITFTO—
WMANER S Up&down cut Air blow
Conventional O X @ TEMZE ToolNo :
tool MXG-4025-M12 (p25X44 )
A VY —I B Insert No -
ENMU100412ZER-PH(JC8118)
\_ J
Q SR ; : - ;=
) ) PH7 =71 Y —bMORBLIKICEY.
Tool life comparison BNFIEL T ENMAEGUP
“PH breaker insert” suppressed small chipping and achieved longer
(1)SKD11 1.2379 tool life compared with conventional tool.
0.4

110m
FEFEA

Large wear

0.3
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EHER
(#6557 )

Normal wear
(still able to continue)

0.2

0.1

@ DIJET: ENMU100412ZER-PH (JC8118)
== DIJET: {5 (JC8118)

0 10 20 30 40 50 60 70 80 90 100 110 120
YIEIEK (m) Cutting length

BAEFEERESE (mm) Max. flank wear

#HEI# - SKD11
Mat'l: 1.2379

@UJHIZ#E Cutting conditions : Vc=180m/min, fz=1.2mm/t, @p=0.8mm

@RI Pocket milling : 75X60X30mm S5 >Awk Down cut T 77 2'0— Air blow

O UK Overhunglenght : 60mm S E>F'EE Ramping angle = 1°

@ L EE Tool No : MXG-4025-M12 (¢25X48H) A P —rFEZE Insert No : ENMU100412ZER-PH(JC8118)
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Tool life comparison

(2)F9 &% Ti-6Al-4V Titanium alloy

0.4
M2t D 31Z 3 times longer tool life.
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= . 1.5 times longer tool life.
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# -m- M#t Competitor M
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0 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16
HIEI& (m) Cutting length

#®HEl# - Ti-6Al-4V

Mat'l : Titanium alloy

@K Cutting conditions : Vc=60m/min, fz=0.7mm/t, @p=0.5mm , @e=15mm
' Avk Down cut BT (FHEBHEIH) Wet (external coolant)

@ TEFE Tool No : MXG-4025-M12 (¢25X41H)

AT —MEE Insert No : ENMU100412ZER-SL(JC7550)
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%u‘%ﬁ%g Line up
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Through coolant hole
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0 P Body

ENMU100412
52 50 40 |22 17 [ 104 | 63 | 20 ZER-%3%
63 50 48 |22 17 [ 104 | 6.3 20
66 50 48 |22 17 (104 | 63 | 20
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66 50 48 |27 20 | 124 | 7 22

@ A—H—FEEER Standard stock items
SeBA B E R (HA1 08 ~2BR2E) stockin Europe. (14 days delivery upon ordering)

)1 RIS VY —NIEIFAATHIEE Ao
2. 20198 2ABIESD K. LY FBLVT S5 TRUBREEFHIER (MOLY) FAEICIBL IZLEE A (BIFE)
RRBRHLZE L,

Note) 1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production. g %

TSW-2567H A-08

TSW-2567H 1.1

4 N

M EAME (CEN RS+ REOGNUE(C KXY REES65HRCU EEFEEN DAEFISE <SR T AFMAMS LT EHH
ZEHEREHE30% L E7 Y T BEE IR TRHFICORNZEREBLER T SSICEIUK T DBE. EOREZIH T 2MROHIET,

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
\eﬁect is much improved.
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Through coolant hole
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[ 2 |16 | 30 | 70 | 100 | 16
([ 2 | 16 | 50 |100 | 150 | 16
([ 3 |20 | 50 | 80 | 130 | 20
([ 3 |20 | 80 | 80 | 160 | 20
[ 4 | 25 | 60 | 80 | 140 | 25
([ 4 | 25 |100 | 80 | 180 | 25
[ 5 |32 |70 | 80 |150 | 32
[ ] 5 | 32 (120 | 80 | 200 | 32

ENMU100412ZER-s%3%

&

TSW-2567H

A-08

@ A—H—TEEES Standard stock items
) 1. RIS A VY —NIHEFHAATHIE R Ao

2. LYFBELUVT SV FRUHEEFER LR (MOLY) [EAEICHBUVELER A (BIFE) o BEBRHIZE L,

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.

TSW-2567H




Aol “0M MAX GII” GMX / MXG type

%%WE Line up

QEJVAS—AYRIALT
Modular head type

|

BHEIAIT JEHIY

@J—SURRSE

Through coolant hole

MD

L1 TRnnan ]

$Db

L UUIRY = [ ]

QAKX Body

16 | 23 |14 | M8 8 | 12
17 | 23 |14 | M8 8 | 12
20 | 30 |18 |M10| 9 | 14
21 | 30 |18 |M10O| 9 | 14
25 | 35 |22 |Mmi12| 11 19
25 | 385 |22 | Mmi12| 11 19
26 | 35 | 225|M12| 11 19
30 | 43 |27 |Mi16| 12 | 22
32 | 43 |29 |Mi16| 12 | 22
35 | 43 |29 |Mi16| 12 | 22
40 | 43 |32 |M16| 14 | 26
42 | 43 |32 |M16| 14 | 26

ENMU100412ZER-s3* TSW-2567H A-08

OOl lo|l~ b~ O LW LW[IN[N

X

@ A—H—TEEED Standard stock items
YeBNEWZ U5 (FHEA 108~ 2BRIFZRE) Stock in Europe. (14 days delivery upon ordering)

) 1. RILSICA VY —MIEHRAA THIE R Ao BlESBKHIEE W,
2. EYIS—AYROEEFHHFNLIENR—IZTBRIZE V.
3. 2019F2RBUER KW LY F HLVT SV TRUBRERERLER (MOLY) BAKIFBU U B A (BIFE) - BIESHRHIEET L, TSW-2567H 1.1
Note) 1. All cutters are supplied without inserts.
2. Please see page11 for recommended tightening torque.
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
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15 —210BANTY .
10inserts per case.

TSW-2567H 1.1
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TSW-2567H A-08
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MSN Carbide shank arbor

BIVRIIVIvTIAT Endmill shank type

¢Ds h6

“QM MAX GII” GMX / MXG type

¢D2: I—ShIRE
Coolant hole dia

VRAA —IVBEY v I 7 —N)

-

73 T <f (mm) Dimensions sl 73 | TER(mm) Dimensions | sg(kg)
Cat. No Stock| ¢Ds | 21 | L |eD1]6n° | MD | eD2 |Weight| = = Cat. No. Stock | ¢Ds L MD oD2 | Weight
MSN-M8-20-S16C @® | 16| 20| 75/155| - 017 1 @MSN-M8-87S-S14C @) 87 0.16
MSN-M8-40-S16C @® | 16 | 40| 95|155| - 022 1 @MSN-M8-137S-S14C (@) 4 137 M8 4 0.26
MSN-M8-40T-S20C @ | 20 | 40(100|14.53°30 036 2 MSN-M8-97S-S15C ([ J 97 0.21
MSN-M8-77T-S20C @ | 20 | 77|143|14.5|1°45'| M8 | 4 |049| 2 MSN-M8-147S-S15C [ ] 15 147 M8 4 0.33
MSN-M8-80-S16C @® | 16| 80|135|155| - 0.32| 1 MSN-M8-197S-S15C ([ J 197 0.44
MSN-M8-120-S16C @® | 16 |[120|175|155| - 042 1 MSN-M8-107S-S16C [ ] 16 107 MS 4 0.27
MSN-M8-152-S16C @® | 16 |152|207 |155| - 051 1 MSN-M8-157S-S16C ([ J 157 0.40
MSN-M10-20-S20C @® 20| 20| 80195 - 029 1 MSN-M10-130S-S18C | @ 130 0.42
MSN-M10-40-S20C @® | 20| 40|100(19.5 - 0.39| 1 MSN-M10-190S-S18C | @ 18 190 | M10 4 0.62
MSN-M10-40T-S20C | @ | 20 | 40|100|18.5/0°43 0.39| 2 MSN-M10-240S-S18C | @ 240 0.89
MSN-M10-70-S20C @® 20| 70|130(|19.5| - 0.50| 1 MSN-M10-130S-S20C | @ 130 0.53
MSN-M10-85T-S25C | @ | 25 | 85|161|18.5] 2° 090| 2 MSN-M10-190S-S20C | @ 20 190 | M10 4 0.78
MSN-M10-90-S20C @® | 20 | 90(150(|19.5 - |M10| 4 |060| 1 MSN-M10-250S-S20C | @ 250 1.02
MSN-M10-90T-S20C | @ | 20 | 90|150|18.5/0°19 058 2 MSN-M12-185S-S23C | @ 23 185 e 6 0.98
MSN-M10-140-S20C | @ | 20 |140|200|19.5| - 0.80| 1 MSN-M12-265S-S23C | @ 265 1.42
MSN-M10-140T-S20C | @ | 20 | 140|200 18.5/0°12’ 0.77| 2 MSN-M12-185S-S24C | @ o4 185 M12 6 1.07
MSN-M10-160-S20C | @ | 20 | 160|220 |19.5| - 0.87| 1 MSN-M12-265S-S24C | @ 265 1.54
MSN-M10-210-S20C | @ | 20 [210|270(19.5| - 1.07| 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-25-S25C @ 25| 25| 90|24 - 0.53| 1 MSN-M12-215S-S25C | @ 25 215 | M12 6 1.36
MSN-M12-55-S25C @® 25| 55(120|24 - 0.72| 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M12-100T-S32C | @ | 32 |100|180|23.5| 2° 161 2 MSN-M16-160S-S28C | @ 160 1.22
MSN-M12-105-S25C | @ | 25 |105|170|24 - |M12] 6 [1.03] 1 MSN-M16-230S-S28C | @ 28 230 | M16 8 1.77
MSN-M12-135-S25C | @ | 25 |135|215|24 - 1.30| 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M12-155-S25C | @ | 25 | 155|220 |24 - 1.34| 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M12-200-S25C | @ | 25 | 200|265 |24 - 158 1 MSN-M16-217S-S32C | @ 32 217 M6 s 2.22
MSN-M16-25-S32C @ 32| 25| 90|29 - 0.85| 1 MSN-M16-287S-S32C | @ 287 294
MSN-M16-55-S32C @® | 32| 55(/120|29 - 1.13| 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-77-S32C | @ | 32 | 77(157|29 | - 1.47] 1 @:X—N—TEE Standard stock tems
MSN-M16-97-532C | @ | 32 | 97[177]29 | - 164 1 O EHEMER Souno be tocked o
MSN-M16-117T-S32C | @ | 32 |117|197|29 |0°38 1.88| 2
MSN-M16-127-532C | @ | 32 |127/207|29 | - 189 1 TRE—{k (BB v~ 7 —{KBU7 — N [BT/HSK> > 79 1 F])
MSN-M16-127T-S32C | @ | 32 | 127|207 |29 |0°30/M16| 8 [223] 2 ﬁ;s‘fi’:‘jhemwmg 08 ool for s othor arbor
MSN-M16-155-S32C @ | 32 |155|220 |29 - 204 1 (MSA type integrated carbide shank).
MSN-M16-177-S32C | @ | 32 | 177|257 |29 - 232 1
MSN-M16-177T-S32C | @ | 32 |177|257 |29 (0°23 278| 2
MSN-M16-195-S32C | @ | 32 | 195|260 |29 - 240 1
MSN-M16-197T-S32C | @ | 32 | 197|277 |29 |0°2% 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—FH—TEEERR Standard stock items

F) EVAT-AYROBRFHFFIMLIR 1 R—IETBRIIZE V.

Note) Please see page 11 for recommended tightening torque.
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Q 1BEl G-Body (25— AvrRERF—Lvvo7—1)
MGN G-Body steel shank holder
OSHIENDOMAKICENSG-Body @Y3—h917
ORHURIHMEVII TP RINTEFDOLNY < Iliid T K BDWWIBRRICIE.
JARAMNT# =TV RAICHBNIETEEG-Body (RF—ILY v ) ZHIBLIELE T,

@®D2: T—S/RTUE  coolant hole dia

@Adopted ultra-rigid and improved body durability "G-Body". <
@Short type _ _ _ 4 <
@Cost-effective and high strength steel shank holder. \ 3
21 |
S = N ~ . L
BIVRIIVIvITIAT Endmil shanktype

07—57#7“‘\19‘3— Through coolant hole i TERE SIS ) U Ei_(kg)
Cat. No. Stock|¢Ds | @1 | L | ¢D1|6n° | MD|¢D2| Weight

G-Bady MGN-M8-17-S16 ®|16|17| 97/155) — ‘M8 4 | 013

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 @ | 32| 37(107|29 — |[M16| 6 0.56

MGN-M16-77-S32 @ 32| 77|157(29 | — |M16| 6 0.83

@A ——TEEER Standard stock items
) 1. BEY2S5—AYREBBG-BodyHEDEIEDUIHIRMAZ. 16~18R— I DIFEHIRHRZZOFFEALLE V.
2. EVAS—AYROEEHHFTMLIF11R—IZTSRIIZE L,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet
(see page 16-18).
2. Please see page 11 for recommended tightening torque.
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11

Ko R

Line up

Q EI2A5—ANYR{EHLDFEEIE  Attention

A EIaS5—AvE BIFIFEFDFEE Attention to mounting head and MSN/ MGN shank holder.

BEY 15— A\YREEDFIIFFINE Tightening procedure

D& Cleaning

EIAS—AYR F—)VBEY v I 7 — /N [TEE—#&I (bL
KBIRF=IW¥v2I7—N[TEEG-Body)) DSz L7
—CTERLIEE L,

Remove dirt and chips with air from the connecting thread and face of
modular head and MSN/MGN shank holder.

@R Initial Tightening
FHHOICT.EV2T—AYRIKEEF —IVBEY v T 7 —
NITEE—®] (BULLEBRF—ILIY v I 7 —/\N[TEE
G-Body|) mEINH=BF TRFEH LTI EE L,

Tighten by hand until the head and the shank holder faces touch.
@7 +F T Final Tightening

ML bO—=ILRINFHULIIERR/INF (DSTA ) IC
T RRENVIET K E@ERS BAFHD LT IEE VIR
B EV EZEERLIEE L,

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

() IR#HD E I ICREICREAD HHIRETHMHDH T DL,
RUBRK VIRETT BEREDBUE T,

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

A\ EEEIE ot

1. ZNF MV sO—)LRINF HULIFEFERR/NF (DS
I4 ) U ERALEETVWATMLIEZSRLZEL),

2. ZN\F (. DI AEICH > W EORRS B TARHLIZE L,

3. EVAS—AYREAF—IVBEY vV I 7 — /N [TEE—#E (B
UKERF =L+ TI7—N\[TEEG-Body)) DitEZHE
SETRENRBRVNT EZHSRLIZEL,

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

2. Please gently apply pressure on wrench.
3. Please confirm that there is no gap between MSN/MGN shank holder and modular head.

BLHIx fEfHFhLy ZEE W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¥¢
M8 16N*m 10, 12%
M10 16Nm 14,15
M12 20N*m 17,19
M16 25N*m 22,26

). ANFRBEVAS—AYREFICEHBLTBUF R Ao BIRBRHIZE L,

2. ML23VbO—LRISFREDEG EY 15—y ROZEE (W) &0
CHEZH T THBLILEV (B EI IS —AYRTERR—IBR) .
(RNFICESTIIBEHEENRBERBBENHIET.)

3. Z@EBW=86L<(F12GLEIBR) DEY15—AYRICDOEFHL Tl FRAR/T
DS-86LLIFDS-12Z2HRLTHUFET .

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.

N\FBEE—B(EY15—~YREZ—ILBEY vV I 7 —I\)BERDER Selection of "MSN Carbide shank holder”
AEH16EBDEY 15—AYREFERT BESE HEESVTMmEL LEEROHVEE—BZEEEL TIEEL,
I T DHFHAHIC K JEE—EDIFIE T BREEN HIFT

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 damage to the carbide shank.

¢Dc—¢pD1=1mm TEE

TRE—DEE: ¢D1

MSN carbide shank
neck diameter

EI2S5—NYRDHFE ¢Dc

JUF S5V R0.5mmBl EHE

Clearance necessary
more than 0.5mm

I7J0—DERAZHELET,
Coolant or air blow is recommended for
flushing the chips.

Modular head tool diameter

A ﬁi\fli‘y)mlby\’\wﬂwﬂquﬂ%aﬁig Caution for the mounting to shrink fit holder.

F—IVBEY v I 7 —NITRE—&] EEV 15— NYRZFEE ORIV TERT BEEF. EI15—A\YRZRFTUL
T. [TEE—# DHZFREEEHUTERILIF TSIV, AYROBRFFIF I, BEEFHRICIT>TIEE 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 operation.

) NYREMFTEFEFRESEDHETIENAYRPFYTHIRFTNLLIBRTENBUFET,

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.
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-’00 9“5 A{'EE‘ZJ:U) . j'ﬁ?:lﬁ;'i'?f% Definition of corner shape for programming

- 7a754L3-FR BURAAE KL B
7°|:|77b. J—7R Coprp:grr;%imﬁ]gor Over cut Remains
Corner radius for programming o
v R1.0 0 0.52
lll R1.5(F7A Standard) 0 0.38
HIWELE — ] R R2.0 0.08 0.24
- — \
~ Remains g (mm)
W=3.2

PO77A )V ITIED;F=REE18 Attention for profile milling

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

SVEYI NI Ramping AUAJVAII Helical interpolation
oDh ¢dc = ¢Dh — ¢Dc
YV—JUINAR VAXES TER®
Tool pass dia. Bore dia. Tool dia.

I @—FLDYIAHFE N RAYIAHFS ape
MZIBVEKSICLTLEE W,

Depth of cut per one circuit should not exceed

max. depth of cut ap.

@V— LN ZADEELAEIFST IV HYNIIED LD
REFETEVICLTLIZE L,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

TE#Z¢Dc
Tool dia

O3 YEYT AUAIVII T FE)REEZRETHIRMARD70% AT THNIULTLIEE L,

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

ORUY VT THF &, 875 E5E W EE ZAREVHISRHERDS50% LU T THILTLIZE L,

In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.

ORUUZVIITEICIEGEFRUCRVEINK SO RUBBBEN HUE T DT RECEFTERLTLIIEE,

Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

S2ESJ I Ramping AUBHIVRBFANT Helical interpolation
E@ENT RATIAA = y
WE IA® o e BAMER BAYHAHES (ap) =\ SATRE
Cat. No. Tool dia. Eﬂ.EC{IiiEnqg%dia. M;f(-.édea;h AR (F) HITEFOYIEIFE:L (mm) Maiin. bore dia. ME:X. bore dia.
(""") (mm) of cut (mm) M::élf:’“gjng R Dh min (mm) Dh max (mm)
ax. dp
MXG-2016-M8 16 10.1 0.7 1°36' 25.1 22 30
MXG-2017-M8 17 11.1 0.7 1°36' 25.1 24 32
MXG-3020-M10 20 13.9 1 1°30' 38.2 30 38
MXG-3021-M10 21 14.9 1 1°30' 38.2 32 40
MXG-*025-M12 25 18.9 1 1°12' 47.7 40 48
MXG-4026-M12 26 19.9 1 1°12' 47.7 42 50
MXG-5030-M16 30 23.9 1 0°54' 63.6 50 58
MXG-5032-M16 32 25.9 1 0°54' 63.6 54 62
MXG-5035-M16 35 28.8 1 0°42' 81.8 60 68
MXG-6040-M16 40 33.8 1 0°30' 114.5 70 78
MXG-6042-M16 42 35.8 1 0°30' 114.5 74 82
GMX-2016 16 10.1 0.7 1°36' 25.1 22 30
GMX-3020 20 13.9 1 1°30' 38.2 30 38
GMX-4025 25 18.9 1 1°12' 47.7 40 48
GMX-5032 32 25.9 1 0°54' 63.6 54 62
GMX-7050 50 13.8 1 0°24' 143.2 90 98
GMX-7052 52 45.8 1 0°24' 143.2 94 102
GMX-7063 63 56.8 1 0°18' 190.9 116 124
GMX-7066 66 59.8 1 0°18' 190.9 122 130




LYIAIAS—

*% ZE t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

QTI'R‘?S’»(??E»(Z Facemill type

“QM MAX GII” GMX / MXG type

T

HE3E

TE&E(mm) Tool dia.

EIH L=k | AH—k 50/52 63/66
Work materials 2% i FH No. of teeth 7N FIEL No. of teeth7N
Grades Insert No.
2 ap ae n % 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min) | (mm/min)
. ~150 1 ~40 | 1,020 | 8570 | ~150 1 ~50 810 6,800
BEA250HBLLIT ENMUPH | /0ol 250 0.6 ~40 890 | 7,480 250 0.6 ~50 710 5,960
Cafbg'; .i‘ffz'éﬁﬁ%“” 300 0.5 ~40 830 | 6970 300 0.5 ~50 660 5,540
350 0.4 ~40 830 | 6,970 350 0.4 ~50 660 5,540
Tem ~150 1 ~40 | 1,020 | 8570 | ~150 1 ~50 810 6,800
(SKD61. SKD11) e 200 0.8 ~40 | 1,020 | 8570 200 0.8 ~50 810 6,800
HE255HBLLT ENMU-PH | o g) 250 0.6 ~40 890 | 7,480 250 0.6 ~50 710 5,960
Die mg(;'l g'v-vzggghgzsm 300 05 ~40 830 | 6,970 300 0.5 ~50 660 5,540
350 0.4 ~40 830 | 6,970 350 0.4 ~50 660 5,540
N ~150 1 ~40 | 1,020 | 8570 | ~150 1 ~50 810 6,800
(HPM7. PX5, P20) 167560 200 0.8 ~40 | 1,020 | 8570 200 0.8 ~50 810 6,800
Ba30~36HRC | ENMU-PH " 00, 250 0.6 ~40 890 | 7,480 250 0.6 ~50 710 5,960
Mold s;gi[ (316531 C1 P20) 300 0.5 ~40 830 | 6,970 300 0.5 ~50 660 5,540
350 0.4 ~40 830 | 6,970 350 0.4 ~50 660 5,540
S UA—KAR ~150 0.8 ~40 540 | 4,160 | ~150 0.8 ~50 430 3,310
(NAKSO, HPM1, P21) 200 0.6 ~40 540 | 4,160 200 0.6 ~50 430 3,310
7#&38~43HRC ENMU-PH | JC8118 250 0.4 ~40 510 | 3,210 250 0.4 ~50 400 2,520
Sk Sl 300 | 03 ~40 480 | 3020 | 300 | 03 ~50 | 380 | 2,390
350 0.3 ~40 480 | 2,690 350 0.3 ~50 380 2,130
15 A N3E ~150 0.6 ~40 540 | 4,160 | ~150 0.6 ~50 430 3,310
(SKD61, DAC, DHA) 200 0.4 ~40 540 | 4,160 200 0.4 ~50 430 3,310
E842~52HRC ENMU-PH | JC8118 250 0.2 ~40 510 | 3,210 250 0.2 ~50 400 2,520
Hardened die steel
(1.2344,1.2379) 300 - - - - 300 - - - -
42~52HRC 350 — — — — 350 — — — —
R ~150 1 ~40 | 1,150 |12,080 | ~150 1 ~50 910 9,560
(FC250) 200 0.8 ~40 | 1,150 |12,080 200 0.8 ~50 910 9,560
B&160~260HB | ENMU-PH | JC8118 250 0.6 ~40 | 1,020 [10,710 250 0.6 ~50 810 8,510
Gt 300 | 05 ~40 950 | 9980 | 300 0.5 ~50 | 760 | 7,980
350 0.4 ~40 950 | 7,980 350 0.4 ~50 760 6,380
a1 ~150 1 ~40 | 1,150 |12,080 | ~150 1 ~50 910 9,560
( Fcp700) 200 0.8 ~40 | 1,150 |12,080 200 0.8 ~50 910 9,560
FXx170~300HB | ENMU-PH | JC8118 250 0.6 ~40 | 1,020 |10,710 250 0.6 ~50 810 8,510
Nndula:;{)af{té[r)(ar&%ﬁﬁGW) 300 0.5 ~40 950 9,980 300 0.5 ~50 760 7,980
350 0.4 ~40 950 | 7,980 350 0.4 ~50 760 6,380
F—2FF (% ~150 0.8 ~40 760 | 5320 | ~150 0.8 ~50 610 4,270
257U X8R 200 0.6 ~40 760 | 5,320 200 0.6 ~50 610 4,270
(SUS304,316,317)  ENMU-SL | JC7550 250 | 0.4 ~40 640 | 4,480 250 0.4 ~50 510 | 3,570
Stainlesl Zfﬁumnmc 300 0.3 ~40 640 | 4,480 300 0.3 ~50 510 3,570
(AISI 304, 316, 317) 350 0.3 ~40 640 | 3,580 350 0.3 ~50 510 2,860
~150 0.6 ~40 640 | 3,140 | ~150 0.6 ~50 510 2,500
#ﬁwﬁétlj*és:é;&miﬁ ENMLSL | JG7850 200 0.5 ~40 640 | 3,140 200 0.5 ~50 510 2,500
Precipitation hardening (ENMU-PH) = (JC8118) 250 0.3 ~40 570 2,790 250 0.3 ~50 450 2,210
S‘a('g{jssgsj]t;“ 300 0.2 ~40 570 | 2,790 300 0.2 ~50 450 2,210
350 0.2 ~40 570 | 2,390 350 0.2 ~50 450 1,890
[ ~150 0.8 ~40 640 | 1,340 | ~150 0.8 ~50 510 1,070
25 L3 200 0.6 ~40 640 | 1,340 200 0.6 ~50 510 1,070
(S32750) ENMU-SL JC7550 250 0.4 ~40 570 1,200 250 0.4 ~50 450 950
Super dupgggzs;ggﬂ)'ess steel 300 0.3 ~40 570 | 1,200 300 0.3 ~50 450 950
350 0.3 ~40 570 800 350 0.3 ~50 450 630
~150 0.7 ~40 380 | 1,860 | ~150 0.7 ~50 300 1,470
FE AR 200 0.5 ~40 380 | 1,860 200 0.5 ~50 300 1,470
e aat . ENMUSL  JC7850 | 250 | 03 | ~40 | 320 | 1570 | 250 | 03 | ~50 | 250 | 1200
Titanium alloy (35-43HRC) 300 0.3 ~40 320 1,570 300 0.3 ~50 250 1,230
350 0.3 ~40 320 | 1,340 350 0.3 ~50 250 1,050

£ : ZHUKRE Overhung length

fEALDEEER

1. LRROYHIR I BB S LT RIMICEU GRE S0,
RUVIPRELLIBE R IAAHRSE LRBIELVHERL TSN BBV EEREE T TEMLESN,

772U A A HDE) BIEE ALV TS,
BEBBATROBEE. ETTAARIERL UV RICNE LU VIE T TREALES L.

4. I7—TO—CEWIKTRELIBET > TSN BT LTUMCTOXvET AT TEHIIKTRIBIC

EEEED,

13

*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.

ap: EABOYBAGRS Axial depth of cut  ae : FRFFEIDYBAHREE Radial depth of cut 1 : TEDERRE Spindle speed  Vf: XWIRE Feed speed



// DIJET

Qv ITIALTTSA 2R EndMill type

8,590 0.6 ~14 2,860 | 10,300
30~50 0.6 ~10 3,580 | 8,590 |60~100 0.6 ~14 2,550 9,180
50~70 0.6 ~10 3,180 7,630
~30 0.8 ~10 3,580 | 8,590 ~60 0.6 ~14 2,860 | 10,300
30~50 0.6 ~10 3,580 | 8,590 |60~100 0.6 ~14 2,550 9,180
50~70 0.6 ~10 3,180 7,630
~30 0.8 ~10 3,180 7,630 ~60 0.6 ~14 2,550 9,180
30~50 0.6 ~10 3,180 7,630 |60~100 0.6 ~14 2,070 7,450
50~70 0.6 ~10 2,590 | 6,220
~30 0.6 ~10 1,890 | 4,160 ~60 0.5 ~14 1,350 3,650
30~50 0.5 ~10 1,690 | 3,040 |60~100 0.5 ~14 1,270 3,430
50~70 0.5 ~10 1,590 | 2,860
~30 0.6 ~10 1,890 | 4,160 ~60 0.5 ~14 1,350 3,650
30~50 0.5 ~10 1,690 3,040 |60~100 0.5 ~14 1,270 3,430
50~70 0.5 ~10 1,590 | 2,860
~30 1 ~i|© 3,980 |11,940 ~60 0.8 ~14 3,180 | 14,310
30~50 0.8 ~i|@ 3,980 [11,940 |60~100 0.6 ~14 2,860 | 10,300
50~70 0.6 ~i|@ 3,580 | 8,590
~30 1 ~10 3,980 |11,940 ~60 0.8 ~14 3,180 | 14,310
30~50 0.8 ~10 3,980 [11,940 |60~100 0.6 ~14 2,860 | 10,300
50~70 0.6 ~10 3,580 | 8,590
~30 0.6 ~10 2,390 | 4,780 ~60 0.5 ~14 1,910 5,730
30~50 0.5 ~10 2,390 | 4,780 |60~100 0.5 ~14 1,590 3,820
50~70 0.5 ~10 1,990 | 3,180
~30 0.5 ~10 1,990 | 2,790 ~60 0.4 ~14 1,590 3,340
30~50 0.4 ~10 1,990 | 2,790 |60~100 0.4 ~14 1,430 2,570
50~70 0.4 ~10 1,790 | 2,150
~30 0.6 ~10 1,990 1,190 ~60 0.5 ~14 1,590 1,430
30~50 0.5 =@ 1,990 1,190 [60~100 0.5 ~14 1,430 860
50~70 0.5 ~10 1,790 720
~30 0.5 ~10 1,190 1,670 ~60 0.4 ~14 950 2,000
30~50 0.4 ~10 1,190 1,670 |60~100 0.4 ~14 800 1,440
50~70 0.4 ~10 990 1,190

£ : BHEURT Overhung length  @p : BATIDYHAGRES Axial depth of cut - 8e : HRIFEDYHAF RS Radial depth of cut 1 : TEBERRE Spindle speed Vi1 3XWEE Feed speed

EALDEERERE

1. LR OHISRAF BRI S LTI BIICIEU TRV,

UV RELIAE R ANAARSE LRBEL)HIEL TEN, HBVEBEEEEE T TEALIN,
772U A A H ) DE) BIEBEALWTLAS N,

BEBMBNATEDHE R FTTHAARIERL TV RICNB LU VIE T U TSV,

4. TT7—TO-CEWGIIKTRREMIBE AT 5 TSV IS IHMCTOF v EF AT TRENIFRIBIC
EBELEED,

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. 1f machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.
*4. Use air blow.



Aol “OM MAX GII” GMX / MXG type

*% —E t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

Qv ITIALTTSA R EndMill type

0.6 1,790 | 10,740

70~120 0.6 ~19 2,040 9,790 |90~140| 0.6 ~25 1,590 9,540

~70 0.6 ~19 2,290 | 10,990 ~90| 06 ~25 1,790 | 10,740

70~120 0.6 ~19 2,040 9,790 |90~140| 0.6 ~25 1,590 9,540

~70 0.6 ~19 2,040 9,790 ~90| 0.6 ~25 1,590 9,540

70~120 0.6 ~19 1,660 7,970 |90~140| 0.6 ~25 1,290 7,740

~70 0.5 ~i© 1,080 3,890 ~90| 05 ~25 850 3,830
70~120 0.5 ~19 1,020 3,670 |90~140, 05 ~25 800 3,600
~70 0.5 ~19 1,080 3,890 ~90| 05 ~25 850 3,830
70~120 0.5 ~19 1,020 3,670 |90~140| 0.5 ~25 800 3,600
~70) 0.8 =il 2,550 | 15,300 ~90| 08 ~2 1,990 | 14,930

70~120 0.6 ~ilQ 2,290 | 10,990 |90~140| 0.6 ~25 1,790 | 10,740

~70 0.8 ~19 2,550 | 15,300 ~90| 08 ~25 1,990 | 14,930

70~120 0.6 ~19 2,290 | 10,990 |90~140| 0.6 ~25 1,790 | 10,740

~70 0.5 ~19 1,530 6,120 ~90| 05 ~25 1,190 5,950
70~120 0.5 ~il¢© 1,270 4,060 |90~140| 0.5 ~25 990 3,960
~70 0.4 ~19 1,270 3,560 ~90| 04 ~25 990 3,470
70~120 0.4 ~19 1,150 2,760 |90~140| 0.4 ~25 900 2,700
~70 0.5 =~ 1,270 1,520 ~90| 05 ~25 990 1,490
70~120 0.5 =~ 1,150 920 |90~140| 0.5 ~23 900 900
~70 0.4 ~19 760 2,130 ~90| 04 ~25 600 2,100
70~120 0.4 ~19 640 1,540 |90~140| 0.4 ~25 500 1,500

£ : ZHEURS Overhung length  ap : BI/SEIDYHIAGRS Axial depth of cut - @e : HEAEDEBAFFRE Radial depth of cut 1 : TEDERRRE Spindle speed  VF: 3EURE Feed speed

EALDEERRER Note:
1. LEROMEISE L BB S L U7 I BIEICISU TGRS, *#1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNHRELESE I YHAHRSE ERBIESNDEL TR HBVIESREE T TEREE, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
7L A T EHYOFEN) BIREZEVTLEEL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHEMBNTEDHE R FTTHAARIERL TV RICNB LU VIE T U TSV, Feed speed.
4. L7 —TO— SIS IREDIBE T TV, B ITHIMC TOF rET AT CREIITMIEIC *4. Use air blow.
EBLEEN,
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// DIJET

o :E:/“JE_’\‘? FMXG’B"'J-IEE'_%E& (:E 9“15_’\‘3 I*‘FHZI’—JIJETJEDV“J?T—I\“) MXG and MSN type

£ : BHEURT Overhung length  @p : BAEIDYHAGRES Axial depth of cut - 8e : HRIFEDYIAFH RS Radial depth of cut 1 : TEBERRE Spindle speed Vi1 3XWEE Feed speed

EALDEERERE

Note:
1. ERBOYIEIEG I ARERIMN B LT —TBIME B TREE LSV, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNDRELESE 1 HAHRSE ERBIESNDEL TR HBVISEEREE T TEREE, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
V=V PSEDIOF ) 153 VRN Q- IAN *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEMBNATEDHE R FTYHAARIERL TV RICNB LU VIE T U TSV, Feed speed.
4.7 —TO— KNI IREDIBET > TV, I IHIMC TOF rET AT TR TMIZIC *4. Use air blow.

EELEED,

16



Aol QM MAX GI” GMX / MXG type

*% ZE tﬂ ‘ﬁ"] % ﬁ: Recommended cutting conditions

Q EJ 15— ANYRMXGEAHTBEE—H (EY 15— NYREBZ—IVIBEY ¥ 7 —]\) MXG and MSN typ

T E4Z(mm) Tool dia.

W 2/ |

HELR H#EdZ
A 1=k A 25 25/26
Work materials i g FIEL No. of teeth 3N FIEL No. of teeth 4N
Grades Insert No.
2 ap ae n % 2 ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) |  (mm) (mm) (mm) (min™) | (mm/min)
%% (S50C, S55C) 17560 ~75 0.8 ~19 | 2290 | 8240 | ~75 0.8 ~19 2,290 | 10,990
BWE250HBLLT = =
R Bacss) ENMU-PH | CeTla) | 125 0.6 19 | 2290 | 8240 125 0.6 19 2,290 | 10,990
Below 250HB 175 0.6 ~19 | 2,040 | 7,340 175 0.6 ~19 2,040 | 9,790
T E48(SKD61, SKD11) 7560 ~75 0.8 ~19 | 2290 | 8240 | ~75 0.8 ~19 2,290 | 10,990
WX255HBLIT 4 - =
gt T [ ENMUPH | ol 125 0.6 19 | 2290 | 8240 125 0.6 19 2,290 | 10,990
Below 255HB 175 0.6 ~19 | 2,040 | 7,340 175 0.6 ~19 2,040 | 9,790
TUN—K4R 167560 ~75 0.8 ~19 | 2040 | 7,340 | ~75 0.8 ~19 2,040 | 9,790
(HPM7, PX5, P20) — =
BX30~36HRC ENMU-PH | (ol | 125 0.6 19 | 2,040 | 7,340 125 0.6 19 2,040 | 9,790
Mold steel (1.2311, P20) 30~36HRC 175 0.6 ~19 1,660 | 5,980 175 0.6 ~19 1,660 | 7,970
TYN—K4R ~75 0.6 ~19 | 1210 | 3990 | ~75 0.6 ~19 1,210 | 5,320
(NAK80, HPM1, P21) ! -~ ~
e ENMU-PH | JC8118 125 05 19 | 1,080 | 2,920 125 0.5 19 1,080 | 3,890
Mold steel (1.2311, P21) 38~43HRC 175 0.5 ~19 1,020 2,750 175 0.5 ~19 1,020 3,670
1 AN38 (SKD61, DAC, DHA) ~75 0.6 ~19 1,210 3,990 ~75 0.6 ~19 1,210 5,320
#342~52HRC ENMU-PH | JC8118 125 05 ~19 1,080 | 2,920 125 0.5 ~19 1,080 | 3,890
Hardened die steel (1.2344, 1.2379)
42~52HRC 175 05 ~19 | 1,020 | 2,750 175 0.5 ~19 1,020 | 3,670
a ~ 1 ~ ] 11,4 ~7 1 ~19 2,550 | 15,300
19 A%k (FC250) IS IE || 2wy 80 °
##&160~260HB ENMU-PH | JC8118 125 0.8 ~19 | 2,550 |11,480 125 0.8 ~19 2,550 | 15,300
Gzstion (6629) 160=-260HB 175 | 06 ~19 | 2290 | 8240 | 175 06 | ~19 | 2290 | 10,990
2441 L4 ( FCD700) ~75 1 ~19 | 2550 [11,480 | ~75 1 ~19 2,550 | 15,300
#&170~300HB ENMU-PH | JC8118 | 125 0.8 ~19 | 2,550 | 11,480 125 0.8 ~19 2,550 | 15,300
Nodular cast iron (GGG70)
170~300HB 175 0.6 ~19 | 2290 | 8240 175 0.6 ~19 2,290 | 10,990
F—ZFFANRRATIL LB ~75 0.6 ~19 | 1530 | 4590 | ~75 0.6 ~19 1,530 | 6,120
(SUS304,316,317)17Cr& | Enmu-SL | JC7550 | 125 0.5 ~19 | 1,530 | 4590 | 125 05 ~19 | 1,530 | 6,120
Stainless steel Austenitic
(AISI 304, 316, 317) 175 05 ~19 | 1,270 | 3,050 175 0.5 ~19 1,270 | 4,060
FATILR ~75 05 ~19 | 1270 | 2,670 | ~75 05 ~19 1,270 | 3,560
*ﬁ&%&j@eg& * DLAVESIS y clErt 125 0.4 ~19 | 1270 | 2,670 125 0.4 ~19 1,270 | 3,560
Precipitation hardening (ENMU-PH): (JC8118) . ’ ’ i > i
stainless steel (SUS630) 175 0.4 ~19 | 1,150 | 2,070 175 0.4 ~19 1,150 | 2,760
Z— 1= = HFR T 248 ~75 0.6 ~19 | 1270 | 1,140 | ~75 0.6 ~19 1,270 | 1,520
(832750) ENMU-SL | JC7550 | 125 0.5 ~19 | 1,270 | 1,140 | 125 05 ~19 | 1,270 | 1,520
Super duplex stainless steel
(32750) 175 0.5 ~19 | 1,150 690 175 0.5 ~19 1,150 920
~ 0.5 ~ ~ ] ~1 760 | 2,130
) 75 19 760 | 1,600 75 05 9 6
1#&35~43HRC ENMU-SL | JC7550 125 0.4 ~19 760 | 1,600 125 0.4 ~19 760 | 2,130
THanilin alloy {B-42HRC) 175 0.4 ~19 640 | 1,150 | 175 0.4 ~19 640 | 1,540

£ : BHURS Overhung length  @p : E/5EIDEBAGFES Axial depth of cut  8e : FEFFEIDYNAHFES Radial depth of cut 1 : TEDEGRE Spindle speed  Vi: 3XWTRE Feed speed

EALOEEEE Note
1. L ROYIHIEF I A S SUT—IBIM IS TRZE S, . *1. The figure to be adjusted according to the machine rigidity or work rigidity.
UV RELEBE G AL RESE LRBIEL) SR TSV, B3V EIEEEE T TER SV, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
FFEU A T EYDENBEBEALNTLZEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BHEWMEBNRENHE . ETTAARIERL TR RICNS LU VIE T TERLEE, Feed speed
4. IT7—TO-CEWKTRELIBEFT > TS FS IUMCTOXvET T CIEEIITRIZIC *4. Use air blow.
EBLEED,
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// DIJET

11,460
150 0.6 ~25 1,910 | 11,460 200 0.6 ~32 1,430 | 10,300
210 0.6 ~25 1,700 | 10,200 280 0.6 ~32 1,270 9,140
~90 0.8 ~25 1,910 | 11,460 | ~120 0.8 ~32 1,430 | 10,300
150 0.6 > 1,910 | 11,460 200 0.6 ~32 1,430 | 10,300
210 0.6 ~2 1,700 | 10,200 280 0.6 ~32 1,270 9,140
~90 0.8 ~25 1,700 | 10,200 | ~120 0.8 ~32 1,270 9,140
150 0.6 ~25 1,700 | 10,200 200 0.6 ~32 1,270 9,140
210 0.6 ~25 1,380 8,280 280 0.6 ~32 1,030 7,420
~90 0.6 ~25 1,010 5560 | ~120 0.6 ~32 760 5,020
150 0.5 ~25 900 4,050 200 0.5 ~32 680 3,670
210 0.5 ~25 850 3,830 280 0.5 ~32 640 3,460
~90 0.6 ~25 1,010 5560 | ~120 0.6 ~32 760 5,020
150 0.5 ~25 900 4,050 200 0.5 ~32 680 3,670
210 0.5 ~25 850 3,830 280 0.5 ~32 640 3,460
~90 1 ~25 2,120 | 15900 | ~120 1 ~32 1,590 | 14,310
150 0.8 ~25 2,120 | 15,900 200 0.8 ~32 1,590 | 14,310
210 0.6 ~25 1,910 | 11,460 280 0.6 ~32 1,430 | 10,300
~90 1 ~25 2,120 | 15,900 | ~120 1 ~32 1,590 | 14,310
150 0.8 ~25 2,120 | 15,900 200 0.8 ~32 1,590 | 14,310
210 0.6 ~25 1,910 | 11,460 280 0.6 ~32 1,430 | 10,300
~90 0.6 ~25 1,270 6,350 | ~120 0.6 ~32 950 5,700
150 0.5 ~25 1,270 6,350 200 0.5 ~32 950 5,700
210 0.5 ~25 1,060 4,240 280 0.5 ~32 800 3,840
~90 0.5 ~25 1,060 3,710 | ~120 0.5 ~32 800 3,360
150 0.4 ~25 1,060 3,710 200 0.4 ~32 800 3,360
210 0.4 ~25 950 2,850 280 0.4 ~32 720 2,590
~90 0.6 ~2i3 1,060 1,590 | ~120 0.6 ~32 800 1,440
150 0.5 ~25 1,060 1,590 200 0.5 ~32 800 1,440
210 0.5 ~25 950 950 280 0.5 ~32 720 860
~90 0.5 ~25 640 2,240 | ~120 0.5 ~32 480 2,020
150 0.4 ~25 640 2,240 200 0.4 ~32 480 2,020
210 0.4 ~25 530 1,590 280 0.4 ~32 400 1,440

£ : ZHURT Overhung length  ap : BEAEIDYHRARRES Axial depth of cut - @e : HRFFEDYNHAFHRS Radial depth of cut 1 : TEDERRE Spindle speed Vi1 3XUERE Feed speed

FHALDEERR Note:

1. RO RIS LU - BIME SIS TREE S, R *1. The figure to be adjusted according to the machine rigidity or work rigidity.

UV RELLBE G THAARSE LRBIEL)HEL TSV HB3VEEREE 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 1 A E ) DOEN) BIREABVTEE, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

BEBBNATENHE R ETTRAARIERL LUV RICNB SV VIE T TREALES L. Feed speed.

4. I7 =T O— S TRREDIBET > THEEV, IS SIUMC TOF rET A M T TR RIRIC *4. Use air blow.

EBLEE,
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Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JOA-EM1580
EARR
WRRXZIE (FREARE S KRR IS (KPR =SSR
T221-0835 #H| | |EEmEs| XSRS T o6& 4 $53%ME)L5F TH547-0002 KFRMTFEHXMER2TE1E 185
TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
WtREsRE SR BLESEZRR
T373-0818 #HERAHM/\EARIG 1 48 T732-0053 LEmRXEEN2E 105 UJLEEI01S
TEL. 0276(45)8588 FAX.0276(46)7446 TEL. 082(536)3712 FAX.082(536)3742
Bl&EZFT«4R BELAT4X
T983-0852 AT =EmE XS T H2&E3% T939-8096 EILMfaAR17&E205 EEFE"E)L 1-B
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX.076(425)5187
B2 EXE (BT EZESXFR BERESSR
T466-0034 ZhEMBEMXEEE] 1 TBE39& 2 T =)UHZRT1F T547-0002 KRMFEHXMER2TH1E185
TEL. 052(851)5500 FAX.052(851)8311 TEL.06(7223)8565 FAX.06(7223)8566
BE £ T 3% TH547-0002 KERMFEXMER2T HI1E185 TEL. 06(6791)6781 FAX.06(6793)1221
H=E F ¥/ 75180205 == EFEMFEEE7/58-14 TEL. 0595(52)2800 FAX.0595(52)2841

HME B # I & T7584-0022 AMRFEEMHHEHIERST H18&235 TEL. 0721(23)2700 FAX. 0721(23)2705
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DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Disseldorf, Germany RM.No.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA

WDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-8511-4565  Fax. 86-26-8511-2758

699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)

Khet Suanluang, Bangkok 10250, Thailand B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,

Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919  Fax. 86-278773-8959

Room No.712 Tomson Commercial Building., 710 Dongfang Rd., IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)

Shanghai 200122, China 322, ARCADIA

Phone. 86-21-5058-1698  Fax. 86-21-5058-1699 Hiranandani Estate, Patlipada, G.B. Road,

Thane (W) 400 607, India

IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Phone. 91-22-4012-1231  Fax. 91-22-4024-0919

Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town,

Dongguan City, Guangdong Provence, 523850 P. R. , CHINA IDIJET Incorporated (U.S.A.)

Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100  Fax. 1-734-454-9395
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https://www.dijet.co.jp 0120-39-81-39 Fixiosr0s-1230

9:00~12:00. 13:00~17:00 (£ -H-H#B=R<)

SEALDFEE ITesR2CTEAVRERLSIC

OTENBLIEIKMG TEALBVTREEV, @OKETREFEPRITDH D TEIFERULEVNTLEE L,

@I TOREL BEMECKB T HICTERLLREE LV X REEFPRENN—ZETERLES 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 EMKIF URDIHFERLKEET D ENHET . Specification shall be changed without notice.
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