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“OM MAX GII” GMX [ MXG
*ﬁ ] nﬂn “OM MAX GII” GMX / MXG type with high efficient roughing.
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Insert thickness: 4mm

A & \ o improved strength by 1.2 times
s | compared with conventional tool.
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PYYIDARARE — “QM MAX GII” GMX / MXG type

Features
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"QM MAX GII" GMX / MXG type, indexable cutter with high efficient roughing.
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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%
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Negative insert
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Optimum cutting edge

(in case of ap=0.6mm).
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Insert thickness: 4mm improved strength by 1.2 times

compared with conventional tool. * ‘3.11
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Economical double-side insert (4 corners). 4 Fy 7BE#HAmm
Insert thickness: 4mm

Double-side usable!
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2 insert grades “JC8118P” & “JC7560P” can be widely applied from general & s

mold steel to hardened die steel & high strength stainless steel . ‘ § ,
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Applicable : for high hardened steel | for general & mold steel
range o o less than 50HRC & high less than 35HRC.

strength stainless steel. o
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Cutting performance
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@ UJEIE 1 LEE Cutting force comparison

#HEl# Mat’l: S50C C50
YI#I%&# Cutting conditions:

@1 Y < FLLEk Shape of chips comparison

#El# Mat’l: S50C C50
YIEI%&# Cutting conditions:Vc=120m/min, ae=15mm

Vc=120m/min, fz=1.0mm/t, ap=0.6mm, ae=15mm

S92 fw b Downcut T7JO— Air blow

T EREF Tool No.: MXG-4025-M12 (¢ 25 X 43 F])

F v 7% Insert No.:ENMU100412ZER-PM (JC8118P)
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Conventional tool

A9 A b Downcut T7 JO— Airblow
TEfFE Tool No.: MXG-4025-M12 (¢ 25 x 48 H)
F v JH%E Insert No.: ENMU100412ZER-PM (JC8118P)

| ap=04mm | ap=06mm | ap=1.0mm |

fz=0.5mm/t
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Stable chips can be formed under the wide range of cutting conditions.

fz=1.5mm/t
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Greatly improved metal removal rate! -
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Possible to stable high feed machining in case of long overhung length over L/D=6 .

@5 LV IELVAUAMMIICELEN, BEELES Y MIMIATHE,
Excellent in ramping and helical interpolation, and possible to high efficient pocket milling.
XAV EFEO25TIVEVTAI1ETHINTIRE (HARRRES 41 7 ERAFME) .

¥ Possible to Max. ramping angle 1° in case of using ¢ 25mm tool dia. L
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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.

5))-I[:q- - Cutting performance

@5t B Matl: BWIBERT > LA (SUS630) High strength stainless steel (1.4542)
Tool life comparison 4J#|5# Cutting conditions: Vc=120m/min, fz=0.6mm/t, ap=0.8mm, ae=15mm
7w F&EH Ay b Up &downcut T7 JA— Airblow 1#FIZTHII Test by 1 insert
TE#ZFE Tool No.: MXG-4025-M12 (25 x 48 H) F v THE Insert No.:ENMU100412ZER-PM (JC8118P)
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And achieved greatly longer
tool life, compared with
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VIYPDARARZ— “QM MAX GII” GMX /| MXG type

v v v b @ 8l Facemill type

G'B@d‘y 49— bRFE Through coolant hole [} (I?b

o\=
Y ,
¢ d1 /?’79
‘ ¢Dc |
AT A 1Efs Zgiﬂg ~f 7% (mm) Dimensions 3("\1},'52;;? )
Type Cat.No. Stock inge.rcis ¢Dc| Lf | ¢Db| od | odi| a b Y ?r?serts Parts
//;S /ﬁ‘% GMX-7050R | ® | 7 | 50 | 50 | 40 (22225 17 | 845 | 20 7772et
HAX GMX-7063R ® 63 | 50 | 48 22225 17 84| 5 20
Inch Bore & TSW
GMX-7050R-22 | ® 7 50 | 50 | 40 | 22 | 17 |104| 63 | 20 -2567H
ENMU100412
U /jgt GMX-7052R-22 | ® 7 52 | 50 | 40 | 22 | 17 [ 104 | 63 | 20 ZERPM T
= renc
HAR GMX-7063R-22 | ® 7 63 | 50 | 48 | 22 | 17 |104| 63 | 20
Metric Bore| GMX-7066R-22 | @ 7 66 | 50 | 48 | 22 | 17 | 104 | 63 | 20 % 708
GMX-7066R-27 | @ 7 66 | 50 | 48 | 27 | 20 (124 7 22

F) RIVRCF v TIFHHRAATHI E R A, BIESBRBHIZEL, EIEISE 4 Cutting conditions (TS

Note) All cutters are supplied without inserts.

ISV TRCRE | #ENVY (N-m)

Clamp screw Recommended torque
TSW-2567H 0.9

e [ @ | A—H—7TEEM Standard stock items O ! JEHTEER Soon to be stocked O FEENELIRYREREE Soon to be deleted
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MXG ey ey O DED LV M Modular head MXG type

TYPE 9= b7qFE Through coolant hole
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~ 7% (mm) Dimensions R 5 Parts
. o wkelV LF
& | I WS F v Clamp screw Wrench
Cat. No. Stock i’:;:’é ¢Dc| Lf | ¢Db| MD | C | W | Applicable inserts Sg %
MXG-2016-M8 [ 2 16 | 23 |14 M8 81| 12
MXG-2017-M8 () 2 17 | 23 |14 M8 | 8| 12
MXG-3020-M10 o 3 20 | 30 |18 |M10| 9 | 14
MXG-3021-M10 () 3 21 | 30 |18 |M10| 9 | 14
MXG-3025-M12 () 3 25 | 35 |22 M12| 11|19
MXG-4025-M12 bt 4 25 3> |22 Mi2) 11 19 ENMU100412ZER-PM TSW-2567H A-08
MXG-4026-M12 | ® | 4 | 26 | 35 [22.5 |[M12| 11 | 19 ' ) '
MXG-5030-M16 () 5 30 | 43 |27 |M16| 12 | 22
MXG-5032-M16 (] 5 32 | 43 |29 |M16| 12 | 22
MXG-5035-M16 () 5 35 | 43 |29 |M16| 12 | 22
MXG-6040-M16 ([ 6 40 | 43 |32 M16| 14 | 26
MXG-6042-M16 o 6 42 | 43 |32 | M16| 14 | 26
)1 RIVRICF Y FIEHIHAATHI T v BIRERDIEEL, " 5~OR—Y )
2 BT ORI o3P 10ET BRI, AR omenee ) WA
Note) 1. All cutters are supplied without inserts. 71;;%2};57% Rﬁﬁmﬁegfoﬂze
2.Please see page 10 for recommended tightening torque. TSW-2567H 0.9
MXG/ GMX] str7> 7 NS
TYPE
(JC8118P] [JC7560P]

3

& A T
r BE PVI?:ED_CCZ_t:(;/ﬁ ~F & (mm) Dimensions
e Tolerance '@ cg118p | @ JC7560P A T B re
ENMU100412ZER-PM M [ ] [ J 10 4 6 1.2

17 =X 10BAWTY, 10inserts per case.

@ | A—H—7TEEM Standard stock items O ! JEHTEER Soon to be stocked O FEENELIRY R EREE Soon to be deleted ] o




VY PDARAR— “QM MAX GII” GMX / MXG type

et NG R RN S C M T IR S MO MSN Carbide shank holder
TYPE

=352 RTYFE Through coolanthole M RESENNTFA For high productivity .
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IVREIVY v T4 T Endmill shank type

A = i ~  ;Z(mm) Dimensions &8 (k) -
Cat. No. Stock ®Ds 01 L oD1 On° MD oD2 Weight ’
MSN-M8-20-S16C [ ] 16 20 75 15.5 — 0.17 1
MSN-M8-40-S16C o 16 40 95 15.5 — 0.22 1
MSN-M8-40T-S20C [ ] 20 40 100 14.5 3°30’ 0.36 2
MSN-M8-77T-S20C [ ] 20 77 143 14.5 1°45' M8 4 0.49 2
MSN-M8-80-S16C L 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C [ ] 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C [ 16 152 207 15.5 — 0.51 1
MSN-M10-20-S20C L J 20 20 80 19.5 = 0.29 1
MSN-M10-40-S20C [ ] 20 40 100 19.5 — 0.39 1
MSN-M10-40T-S20C [ ] 20 40 100 18.5 0°43’ 0.39 2
MSN-M10-70-S20C L J 20 70 130 19.5 - 0.50 1
MSN-M10-85T-S25C [ ] 25 85 161 18.5 2° 0.90 2
MSN-M10-90-S20C L] 20 90 150 19.5 — M10 4 0.60 1
MSN-M10-90T-S20C L] 20 90 150 18.5 0°19’ 0.58 2
MSN-M10-140-S20C L] 20 140 200 19.5 — 0.80 1
MSN-M10-140T-S20C o 20 140 200 18.5 0°12’ 0.77 2
MSN-M10-160-S20C L] 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C o 20 210 270 19.5 — 1.07 1
MSN-M12-25-825C [ ] 25 25 90 24 — 0.53 1
MSN-M12-55-§25C [ ] 25 55 120 24 — 0.72 1
MSN-M12-100T-S32C o 32 100 180 23.5 2° 1.61 2
MSN-M12-105-S25C [ ] 25 105 170 24 — M12 6 1.03 1
MSN-M12-135-825C L 25 135 215 24 - 1.30 1
MSN-M12-155-825C [ ] 25 155 220 24 — 1.34 1
MSN-M12-200-S25C L 25 200 265 24 — 1.58 1
MSN-M16-25-S32C L J 32 25 90 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-S32C L] 32 97 177 29 — 1.64 1
MSN-M16-105-S32C [ ] 32 105 170 29 — 1.59 1
MSN-M16-117T-S32C L] 32 117 197 29 0°38’ 1.88 2
MSN-M16-127-S32C L] 32 127 207 29 — 1.89 1
MSN-M16-127T-S32C L] 32 127 207 29 0°30’ M16 8 2.23 2
MSN-M16-155-S32C L] 32 155 220 29 — 2.04 1
MSN-M16-177-S32C L] 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C [ ] 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-S32C L] 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C o 32 197 277 29 0°23’ 3.00 2
MSN-M16-225-S32C L4 32 225 290 29 — 2.57 1
MSN-M16-245-S32C o 32 245 310 29 — 2.74 1
MSN-M16-295-S32C o 32 295 360 29 — 3.17 1

eii) EV1T—AY FOHESRET T ML IIEPI0ETBRIEE LY, Note) Please see page 10 for recommended tightening torque.
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MSN Carhide shank holder

B~

% ¢D2: U —>/ F7UE Coolant hole dia.
l:D*_*inL,,f; T e - - 4|?§J
bl 4 ﬂé
L |
ABL—K7—I\5 A 7 straightarhor type
. A (mm) Dimensi -
B o= 1 <~ E( ) Dimensions 8 (ko)

Cat. No. Stock ®Ds L MD oD2 Weight
MSN-M8-978-815C [ ] 97 0.21
MSN-M8-147S-S15C o 15 147 M8 4 0.33
MSN-M8-1978-815C [ ] 197 0.44
MSN-M8-107S-S16C  J 107 0.27

16 M8 4
MSN-M8-1578-S16C [ ] 157 0.40
MSN-M10-130S8-S18C  J 130 0.42
MSN-M10-190S-S18C [ ] 18 190 M10 4 0.62
MSN-M10-2408-S18C  J 240 0.89
MSN-M10-130S-S20C [ ] 130 0.53
MSN-M10-190S-S20C  J 20 190 M10 4 0.78
MSN-M10-2508-S20C [ ] 250 1.02
MSN-M12-185S8-S23C { 185 0.98

23 M12 6
MSN-M12-265S-S23C [ ] 265 1.42
@ MSN-M12-185S-S24C ° 185 1.07

24 M12 6
@ MSN-M12-265S-524C ° 265 1.54
MSN-M12-145S-S25C { 145 0.91
MSN-M12-215S8-825C [ ] 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  J 157 1.61
MSN-M16-217S-S32C [ ] 217 2.22

32 M16 8
MSN-M16-287S-S32C  J 287 2.94
MSN-M16-357S-S32C [ ] 357 3.66

) BEV2T—AY FOHESEER S MLV IEPI0E BRI EL, Note) Please see page 10 for recommended tightening torque.

[ @ : X—AH—7EEER Standard stock items [ Jw@TERER Exclusive distributor stock X SEHEEER Make to order




VIYPDARARZ— “QM MAX GII” GMX /| MXG type

MGN | B8 G-Body (Ev25—~vrAZF—ILY > 5 7—/\) WL RN
TYPE
. ORI N WAL CENBGBody @a—hIAF
A&] [GiBody] e=itLsx i@ T pRMTEDOTILL TUHTHIc & SWRHIERIIE.
AR T A=V RAICHEBNETEEG-Body (RF =LY+ ) Z RV EULE T,

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

% ¢D2: —3>>/ hJUE Coolant hole dia.

-l
L%w
N

R
et

21 |
L
IVREIVY v TA T Endmill shank type
~ 7A(mMmm) Dimensi
¥ o= 7 o (T WieerE S (ko)
Cat. No. Stock ®Ds 21 L oD1 On° MD oD2 Weight
MGN-M8-17-S16 o 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 o 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 o 25 35 105 24 — M12 4 0.36
@ MGN-M12-85-S25 ° 25 85 165 24 — M12 4 0.57
MGN-M16-37-S32 o 32 37 107 29 - M16 6 0.56
@ MGN-M16-77-S32 o 32 77 157 29 = M16 6 0.83

) 1. V25— FETREIG-BodyfBH G0 R DUTHIZMIE. P13~ 14DIREYHIZRGRZZOETBEAIEL,
2. BI215—AY FOHEREGEFIF M LI IEPI10ZTEERLITEL,
Note) 1.In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 13-14).
2. Please see page 10 for recommended tightening torque.

Mt ICEN RS MR+ REOGNEIC KXY . RETES65HRCL EESEEMN DAERICE< BEIMET. N4
AUB LT EERERFMITRBEI0% U L7 v, BEGIIREICORNDZERBLET.
G_B@dy E5le. < TOBE. BORLENHTENROBIET,
| 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.

e [ @ . X—H—7EEER Standard stock items [ : FHBTEESR Exclusive distributor stock ¥ I SHFHEER Make to order
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MSA 1| e . Nt IR v i) MSA Arbor integrated carbide shank
_TYPE RSN Forighproductviy iﬁ@ [é‘
L
@ Q1B v>7)
(Carbide shank) 21
S| 22 BT No.
; Q
3§
q fm——
<

BT v2/9%7A 7 BT shank type

& TE ~f ;A&(mm) Dimensions E%(kg)

oL, Stock | g gam) | 01 92 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 * 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 75 80 22 155 15 M8 32 BT40 1.5
MSA-M8-165-85-BT40 85 80 22 165 15 M8 32 BT40 1.5

MSA-M10-125-25-BT40 25 100 42 125 19 M10 38 BT40 1.8

MSA-M10-150-50-BT40 50 100 42 150 19 M10 38 BT40 1.9

MSA-M10-175-75-BT40 75 100 42 175 19 M10 38 BT40 2.0

MSA-M10-200-100-BT40
MSA-M12-125-25-BT40

100 100 42 200 19 M10 38 BT40 2.0
25 100 42 125 24 M12 45 BT40 2.0

MSA-M12-150-50-BT40 50 100 42 150 24 M12 45 BT40 2.1

MSA-M12-175-75-BT40 75 100 42 175 24 M12 45 BT40 2.3

MSA-M12-200-100-BT40 100 100 42 200 24 M12 45 BT40 2.4

MSA-M8-120-25-BT50 25 95 22 120 15 M8 32 BT50 4.0
MSA-M8-145-50-BT50 50 95 22 145 15 M8 32 BT50 4.0
MSA-M8-170-75-BT50 75 95 22 170 15 M8 32 BT50 4.1
MSA-M8-180-85-BT50 85 95 22 180 15 M8 32 BT50 4.1

MSA-M10-140-25-BT50 25 115 42 140 19 M10 38 BT50 4.3

MSA-M10-165-50-BT50 50 115 42 165 19 M10 38 BT50 4.4

MSA-M10-190-75-BT50 75 115 42 190 19 M10 38 BT50 4.5

MSA-M10-215-100-BT50
MSA-M12-140-25-BT50

100 115 42 215 19 M10 38 BT50 4.5
25 115 42 140 24 M12 45 BT50 4.6

MSA-M12-165-50-BT50 50 115 42 165 24 M12 45 BT50 4.7

MSA-M12-190-75-BT50 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
MSA-M16-140-25-BT50

125 115 42 240 24 M12 45 BT50 5.2
25 115 42 140 29 M16 54 BT50 5.4

MSA-M16-165-50-BT50 50 115 42 165 29 M16 54 BT50 5.6

MSA-M16-190-75-BT50 75 115 42 190 29 M16 54 BT50 5.8

MSA-M16-215-100-BT50 100 115 42 215 29 M16 54 BT50 6.0

MSA-M16-240-125-BT50 * 125 115 42 240 29 M16 54 BT50 6.2

) LRV A R EEE—FEH EHEROYIEISR A, Note) 1. In case of using modular head combined with MSA arbor,
P.13~14DIEHEY Y IR A ZFDEEBELIE TN, apply the recommended cutting conditions sheet (see page 13-14).
2. EVAT—AY ROHESEE(TIT ML IIEP10E SBEBIETL, 2. Please see page 10 for recommended tightening torque. 6
3. VALY RIEBLTEY £ A, 3. MSA arbor is supplied without pull studs.



VY PDARAR— “QM MAX GII” GMX / MXG type

1 e N T R )M MSA Arbor integrated carbide shank
TYPE

BT iy .Q;I@ . [é

0 (B8 v>7)
(Carbide shank) 21

HSK No,
. Y E@j\—J SK No
Ql ‘ _

1
\ )
al

J—2V NI INMFE  Coolant duct

HSK v/ 9747 HSK shank type

& =& ~F ;A&(mm) Dimensions E%(kg)

Cat. No. Stock | g qamm) | 01 92 L | ¢D1 | MD | ¢D2 |HSK No.| Weisnt
MSA-M8-105-25-A63 * 25 80 22 105 15 M8 32 A63 1.3
MSA-M8-130-50-A63 50 80 22 130 15 M8 32 A63 1.3
MSA-M8-155-75-A63 75 80 22 155 15 M8 32 AB3 1.4
MSA-M8-165-85-A63 85 80 22 165 15 M8 32 A63 1.4

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

25 100 42 125 19 M10 38 AB3 1.6
50 100 42 150 19 M10 38 AB3 1.7
75 100 42 175 19 M10 38 AB3 1.8
100 100 42 200 19 M10 38 A63 1.8
25 100 42 125 24 M12 45 AB3 1.9
50 100 42 150 24 M12 45 AB3 2.0
75 100 42 175 24 M12 45 AB3 2.2
100 100 42 200 24 M12 45 AB3 2.3

MSA-M8-120-25-A100 25 95 22 120 15 M8 32 A100 2.6
MSA-M8-145-50-A100 50 95 22 145 15 M8 32 A100 2.6
MSA-M8-170-75-A100 75 95 22 170 15 M8 32 A100 2.7
MSA-M8-180-85-A100 85 95 22 180 15 M8 32 A100 2.7

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

25 115 42 140 19 M10 38 A100 3.1
50 115 42 165 19 M10 38 A100 3.2
75 115 42 190 19 M10 38 A100 3.3
100 115 42 215 19 M10 38 A100 3.3
25 115 42 140 24 M12 45 A100 3.4
50 115 42 165 24 M12 45 A100 3.5
75 115 42 190 24 M12 45 A100 3.7
100 115 42 215 24 M12 45 A100 3.8
125 115 42 240 24 M12 45 A100 4.0
25 115 42 140 29 M16 54 A100 4.1
50 115 42 165 29 M16 54 A100 4.3
MSA-M16-190-75-A100 75 115 42 190 29 M16 54 A100 4.5
MSA-M16-215-100-A100 100 115 42 215 29 M16 54 A100 4.7

MSA-M16-240-125-A100 S 125 115 42 240 29 M16 54 A100 4.9

) 1. EV2T—AY FEEE—FEHE DB ROYIEIS AL Note) 1. In case of using modular head combined with MSA arbor,
@ P13~ 1ADIEE Y MR EZDEEBERLEEL, apply the recommended cutting conditions sheet (see page 13-14).

2. BEI15—Aw ROHEELEIT ML2IEP10%E SBBEEL, 2. Please see page 10 for recommended tightening torque.
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EIV2AS5—AYNERLDFEEIE QWUELTD

A TI2S5—Ay REDFFBED;FER  Attention to mounting head and MSN/ MGN shank holder.

EJaAS5—AYRFSHIFFIE Tightening procedure

) &R cleaning

EI1S5—AYR F—)VBEY vV I 7 —NTEE—#] (b ULIFRAF =LY+ I 7—/N\[TEEG-Body]) D& Z 7 —ICT

ERIEE L,

Remove dirt and chips with air from the connecting thread and shank holder.
2 {8 Initial Tightening

FMHICT.EI 1S —AYNFEESF —IVBEY v I 7 —NTRE—#] (BULIERF =L+ I 7 —/\[TEEG-Body | ) ikE

WHBFTRImHLTLIIZE L,

Tighten by hand until the head and the shank holder faces meet.

15 A#sheF T2 Final Tightening
ML bO—=VZNFBHULKFERR/INF (DSTA D) ICTHRENVIETH > EBERS BAMHDLTIZE L,
RN TE VT EERESRLSIZE 0,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(X) RS € I [CIREICRRN S HIRBTHFRHD T35 RUEBL VIR T 3ERENBVET

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

A FEEEIR
1. ZANF MLV O—=ILRNF B ULEFERR/INF (DST A ) Zd SEARALK TV U TMNLIEZSERLIZETW),
2. ZNF (& FEDHIFAEICKH K W EERS B TEAHLEET W,
3. BEVAS—AYREF—IVBEY v 77— N [TBE—& (B ULIFRF =L+ T 7 —/\[TEEG-Body)) DifEZZE S & T REN BN EZHERLIEE L,
Note) 1. Only use the torque control spanner wrench or 2. Please turn the spanner wrench slowly during use.

DIJET DS type spanner wrench. 3. Please confirm that there is no gap.
- - pp—— )1 ZANFIRFEI 2T —AYRREICFRMBLTEVE B Ao BEEBROLIZTL
RLYAZ | @ NLD | ZEEWmm) ™) () 500 0 2t E R 0B 925~y ROEE (W) D&V CHEENT RS

Thread | Tightening Torque | _ Spanner size REN(EV1T—AYRTERR—VER) . (R I THEHEENUBEBHEENBIET.)

M8 16N-m 10, 12* 3. ZEEW=12(XEBR) DEY15—AvRICDEELTH. BAR/IFDS- 122 HELTEUET.
M10 16N'm 14, 15 Note) 1. Modular heads are supplied without spanner wrench.

2 2. In case of choosing torque control spanner wrench, confirm that the wrench size is match to the
M12 20N'm 1 7, 19 dimensions W & C of each modular head.
R (There are some cases that modifying the thickness of spanner wrench is necessary)
M16 25N-m 221 26 3. ¥¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches.

A TAR—R(EY15—AYRBF—IVBEIv+>I7—N) BEERFOD;ER Selection of "MSN Carbide shank holder"

NEP16BDEI 15 —A\YRZEERT BIESIE. HESY T mmEL LEEOHVTEBR—RZEEL T IEE L),
KT OO FHAHIC KL, TBE—HHIFIET BBIERNHVE T,
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—dpD1Z1mm TEE

U752 20.5mmBl_ EihE
Clearance necessary
more than 0.5mm

TAE—RDERR : ¢D1
MSN carbide shank
neck diameter

YLK S ZIRETBH. J—-3 VM. I7T70-D
ERAZHERLET,

Coolant or air blow is recommended to remove the chips.

EI2AS5—AYRDHR: ¢pDc
Modular head cutting diameter !

A REFHKRIVI ~DOERDFIFIFD;ER  Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —NITEE—8 LTI 15— A\YREREFEDRILY TER T BIEE. EV15—AvRZEF T LT, [TEE—H DH
ZREFHUTRIGIFTIRE V. AYROEWFFHE REFEHEICITOTIEE 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. @
) ANYRERFFEFFREFHETIENAYRPFUTIHFINCLLBRITENBIET,

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




VIYPDARARZ— “QM MAX GII” GMX /| MXG type

wiul b N M= 2 ) v Definition of corner shape for programming

~

e mvans i
Over Cut = s
L | 789> L 3—FR BUVAKE | HIVGZLE
78754 3—FR Corner radius for programming|  Over Cut Remains
Corner radius for programming o
\ » ) T R10 0o | o052
MUTELE = 2 R1.5 (B standard) 0 0.38
Remains  \ b=
\ R2.0 0.08 0.24
/ L W=32

A=A g% me s ToF5 ¢ 3l Attention for profile milling

227 1L Ramping AU 73V Helical interpolation @V —L/SZADEHSE
¢ Dh Calculation of tool pass dia.

/ ¢dc= dDh— ¢pDc
W —)VINRE TR TE&

Tool pass dia. Bore dia. Tool dia.

p\ \ O— L DYJAIEE D EAHAH
/ ! \ BEApEMIEVESICLTEEN,

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

@ — U\ ZDEESEIEZ T F1 b
1C5x 2L S REETRIVICLTLIEELY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

TER ¢Dc
Tool dia

e
/

Q7> VT AUDIVINTRHEG R REEIZEGIHIZMHRD70% LT @In case of ramping and helical interpolation, apply 70% or less

TINTLTLIEEL, feed speed from standard cutting condition table.
ORI INTEEE, Bh5 AKX R EH T ETEIZERD50%LL T T ®In case of drilling, apply 50% or less Z axis feed speed from
MMILTLIEL, standard cutting condition table.
O RV TINIECIE EELEEWIWSTHROEBZIESHNHYE  ®Llong consecutive chips may come out in case of drilling, con-
TOT. B2ITFTERLTLIZEL, firm the safe condition sufficiently.
= > S E>IIT ANYA)VjRS T
- Eﬁ[ﬁg‘gﬁuﬁl Ei;g(_tﬂja&g* 7 Ramping] Helical in/tgrpolation
e & Tooldim,| Eff Cutting | Max.depth EETg‘e{b%ﬁ) BATIAGRS (@p) RAVE | BRATUR
Cat.No. (mm) dia. of cut Maxg;am ﬁ INTEFDEIHIHRE L (mm) Min. boredia. | Max.bore dia.
(mm) (mm) an§|e 69’ ) Total cutting length at Max. ap Dhmin (mm) | Dhmax (mm)
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 | 20 139 1 1° 30 38.2 30 38
MXG-3021-M10 | 21 14.9 1 1° 30 38.2 32 40
MXG-+x025-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 | 30 239 1 0° 54 63.6 50 58
MXG-5032-M16 | 32 259 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 | 42 358 1 0° 30’ 114.5 74 82
GMX-7050 50 43.8 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
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k45 I-[[E-JL 98 Recommended cutting conditions for GMX

RYTAIARZ— RT7Z2ATTZARX/GMXF.  GMX type (facemill type)

TE4Z (mm) Tool dia.
u o
wulkt | TV xgﬂbﬁi‘ 50/52 63/66
Work materials MiE Ove(r?';r)\g FEL No. of teeth 7N FEL No. of teeth 7N
Grades | “jangth ap ae n Vit ap ae n Vf
(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min)
( R | ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
S50C, S55C 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
& 250HBLLF |JC7560P . \ ,
Carbonsteel  |(c8118P) 250 0.6 ~40 890 7,480 0.6 ~50 710 5,960
(C50, C55) 300 0.5 ~40 830 6,970 0.5 ~50 660 5,540
Below 250HB 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
( TE ) ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
SKD61, SKD11 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
BEE255HBLLT | JC7560P 250 06 ~40 890 7,480 06 ~50 710 5,960
Die steel (JC8118P) : : : :
(1.2344, 1.2379) 300 0.5 ~40 830 6,970 0.5 ~50 660 5,540
Below 255HB 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
FYN—R 8 ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
(HPM7, PX5, P20) 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
R 30-36HRC | JC7560P 250 06 ~40 890 7,480 0.6 ~50 710 5.960
Mold steel (Jcs118pP) - ! - U
(1.2311, P20) 300 0.5 ~40 830 6,970 0.5 ~50 660 5,540
30-36HRC 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
( FUYN— F‘/ﬂﬂ) ~150 0.8 ~40 540 4,160 0.8 ~50 430 3,310
NAK80, HPM1, P21 200 0.6 ~40 540 4,160 0.6 ~50 430 3,310
BEE 38-43HRC | jg110p 250 0.4 ~40 510 3,210 0.4 ~50 400 2,520
Mold steel 2 o g r
(1.2311, P21) 300 0.3 ~40 480 3,020 0.3 ~50 380 2,390
38-43HRC 350 0.3 ~40 480 2,690 0.3 ~50 380 2,130
JEALEE ~150 0.6 ~40 540 4,160 0.6 ~50 430 3,310
(SKD61, DAC, DHA) 200 0.4 ~40 540 4,160 0.4 ~50 430 3,310
BEEA2-52HRC | ) g110p 250 0.2 ~40 510 3'210 0.2 ~50 400 2'520
Hardened die steel - . - .
(1.2344,1.2379) 300 — — — — — — — —
42-52HRC 350 — — - — — — - —
% % ~150 1 ~40 1,150 12,080 1 ~50 910 9,560
- Ar(g%gﬁgiﬂ 200 0.8 ~40 1,150 12,080 0.8 ~50 910 9,560
< ~, ~
Grey &Nodular cstiron | /C8118P 250 0.6 40 1,020 10,710 0.6 50 810 8,510
(GG, GGG) 300 0.5 ~40 950 9,980 0.5 ~50 760 7,980
Below 300HB 350 0.4 ~40 950 7,980 0.4 ~50 760 6,380
25 LR ~150 0.8 ~40 760 5,320 0.8 ~50 610 4,270
(sUs304) 1C7560p 200 0.6 ~40 760 5,320 0.6 ~50 610 4,270
FEE 250HBLLT (JC8118P) 250 0.4 ~40 640 4,480 0.4 ~50 510 3,570
Stainless steel 300 0.3 ~40 640 4,480 0.3 ~50 510 3,570
Below 250HB 350 03 ~40 640 3,580 03 ~50 510 2,860

0 BRELRYE, ap: MiAMDYBAKRRE, de: FEAMDIPAHFRE, N : TEEELRE, Vf:X)RE
2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

BERALEDFESERA
1) EEEDUIRIRMEIS RIS KOT— 7RIS CTRBIEL,
2) VUYL HEELIISRIE TDARRREZ LEBEL) EZL TR EWN BB VIBEEDREZ T TERLEEL,
LA EYDOZEYEIFEZHWNTLREN,
3) WRBNTRRDBEIE. FTAHFREZZLTLIEEWN RIENE LU VIZ TIF TRALIEEL,
4) T7—7O—CEINKTREDIBZTTOTLEEL, FHI IFEMCTDF v ETA I T K FRIBISERSIEL,

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 @p 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.




PYDARARR— “QM MAX GII” GMX / MXG type

#3451 [E-15 88 Recommended cutting conditions for MXG and MSN

RYIARAZ—TT1T5— Y R/ MXGH, + BE—B (ETV15— Y RBEA—VBEZ v >777—/\)  MXGand MSN type

TEZ (mm) Tool dia.

wua | 77 16/17 20/21 25
Work materials & FEX No.of teeth 2N FEL No. of teeth 3N FEX No. of teeth 3N
Grades Y] ap ae n Vf Y] ap ae n Vf Y ap ae Vf
(mm) (mm) (mm) (min™) [(mm/min)] (mm) (mm) (mm) (min™) |(mm/min)] (mm) (mm) (mm) (min”) |(mm/min)
(Ssmgzcﬁsﬁslﬂsc) ~50 | 08 | ~10 3,580/ 8590| ~60 | 0.8 | ~14 |2,860 |10,300| ~75 | 0.8 | ~19 |2,290 | 8,240
BE2S0MBAT (99| 80 | 06 | ~10|3580 8590| 100 | 06 | ~14 286010300 125 | 06 |~19 2290 8240
5 C50,C58) 120 | 06 | ~10 3,180 | 7,630| 140 | 0.6 | ~14 |2,550| 9,180 175 | 0.6 | ~19 | 2,040 | 7,340
g2 ~50 | 08 | ~10/3580| 8590 ~60 | 08 | ~14 |2,860(10,300{ ~75 | 0.8 | ~19 2290 8240
PREZOSHBUT | Je%| 80| 06 | ~10 3580 8590| 100 | 06 | ~14 2860 10300 125 | 06 | ~19 2,290 | 8240
1:2344,1.2379) 120| 06 | ~10|3,180| 7,630| 140 | 06 |~14 |2550| 9,180 175 | 0.6 | ~19 |2,040| 7,340
(ZPUN/‘;;XE%% ~50| 08 | ~10 3,180 | 7,630 ~60 | 0.8 | ~14 |2,550  9,180| ~75 | 0.8 | ~19 | 2,040 | 7,340
B30 30HRC | C759P) 80 | 0.6 | ~10 3,180 | 7,630| 100 | 0.6 | ~14|2550| 9,180 125 | 06 | ~19 2040 7340
0.2311,°20) 120 | 06 | ~10|2590 | 6,220 140 | 06 | ~14 2,070 7,450| 175 | 0.6 | ~19 | 1,660 | 5980
i Amrg A ~50 | 06 | ~10 1,890 | 4160| ~60 | 0.6 | ~14 | 1,510 4,980 ~75 | 0.6 | ~19 | 1,210 | 3,990
RC38-430RC | jcgiigp| 80 | 0.5 | ~10 1,690 | 3,040| 100 | 05 | ~14 1,350 3,650| 125 | 05 | ~19 {1,080 2,920
(12311, P20 120 | 05 | ~10]1,500]| 2,860 140 | 05 | ~14 1,270 3.430] 175 | 05 | ~19]1,020] 2,750
RN ~50 | 06 | ~10 1,890 | 4160| ~60 | 0.6 | ~14 | 1,510 4,980 ~75 | 06 | ~19 1,210 | 3,990
B4 2-53HRC ~ 05 | ~14 1,350 | 3,650| 125 | 05 | ~19 1,080 | 2,920
JECA252HRC | jcgnigp| 80 | 0.5 | ~10| 1,690 | 3,040| 100 | ©. 14 1, , . ] )
01,2344, 12379 120 | 05 | ~10 1,500 | 2,860| 140 | 0.5 | ~14 |1,270| 3,430 175| 0.5 | ~19 |1,020 | 2,750
g% ~50 | 1 | ~10 3980 11,940 ~60 | 1 | ~14 |3,180 14310 ~75 | 1 | ~19 | 2,550 [11,480
o [scsnge| 80| 08 | ~10|3,980(11940 100 | 0.8 | ~14 3,180 14310 125 | 0.8 | ~19 | 2550 11,480
Saecc 120 | 06 | ~10|3,580| 8590| 140 | 06 |~14 |2,860|10,300] 175 | 0.6 | ~19 | 2,290 | 8,240
27U ~50 | 06 | ~10 2390 | 4780| ~60 | 0.6 | ~14 1,910 5730 ~75 | 06 | ~19 | 1,530 | 4,590
(SUS304) JCT560P
FE 250HBLLT 80| 05 | ~10 |2390| 4,780 100 | 05 | ~14 1,910 5730| 125 | 05 | ~19 | 1,530 | 4,590
Stainless steel (csnsp)
Below 250HB 120 05 | ~10 1,990 | 3,180| 140 | 05 | ~14 1,590 | 3,820 175 | 0.5 | ~19 | 1,270 | 3,050

0 IVRIVRELRESE, ap: HiAADYHAFRSE, de: FBABEDYIAFRSE, N : TEREERE, Vf: XURE
£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALEDIESIA

1) EERDTIHIRAE RIS KO T —IBIEIE SR EL,

2) CUUDRELISEIF AR RE T LEEELVEELTKREWVN 5L IEEERREZE TP CEREEL,
FELOHABYDZEYEBIFEZHWNTLEL,

3) WRBI N R RDHZEIF. FTAHRREZ R LTLIEEV RICNB L UVIE TIFTERBLIEEL,

4) T7 =7 0= FIIN KT REINIEZ T TLEEW, BT IIEMCTDF v ET AT TR CFRIBITERSIZEL,

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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RYIARIAZ—TI 15— Y/ MXGH, + TBE—E (T 15— \v FRA— VBB v+ > 7—/\)  MXGand MSN type
TEZ (mm) Tool dia.

wyiat | TV 25/26 30/32/35 40/42
Work materials Mg FEL No. of teeth 4N FEX No. of teeth 5N FIEX No. of teeth 6N
Grades [ ¢ ap ae n vV 7 ap ae n Vf y; ap ae n Vf
(mm) (mm) (mm) (min") [(mm/min)| (mm) (mm) (mm) (min') |(mm/min)] (mm) (mm) (mm) (min") |(mm/min)
(szcis%ﬂgc) ~75| 0.8 | ~19 |2,29010,990| ~90 | 0.8 | ~25 | 1,910 |11,460{~120| 0.8 | ~32 | 1,430 (10,300

BEX250HBLLT | JC7560P

Carbonsteel  |(JC8118P)
(€50, C55)

125 | 0.6 | ~19|2,290 10,990 150 | 0.6 | ~25|1,910|11,460| 200, 0.6 | ~32|1,430/10,300

Below 250118 175 | 0.6 | ~19 2,040 | 9,790| 210 | 06 | ~25 | 1,700 10,200 280| 0.6 | ~32|1,270| 9,140
s 75| 08 19 | 2,290 [10,990| ~90 | 0.8 | ~25 | 1,910 |11,460|~120| 0.8 32| 1,430(10,300

FEE255HBLLT [JC7560P

oo |icenam| 125 | 06 | ~192,290(10,990| 150 | 06 | ~25|1,910 11,460 200 06 | ~32 | 143010300

(1.2344,1.2379) 175 | 06 | ~19|2,040| 9,790| 210 | 0.6 | ~25 1,700 [10,200] 280 0.6 | ~32|1,270| 9,140
TN~ ~75| 0.8 | ~19 | 2,040 | 9,790 ~90 | 0.8 | ~25 | 1,700 [10,200|~120| 0.8 | ~32 | 1,270 | 9,140

(HPM?7, PX5, P20)
FE&30-36HRC | JC7560P
Mold steel (JC8118P)

12311, P20} 175 | 06 | ~19 | 1,660 | 7,970 210 | 0.6 | ~25 1,380 8280| 280| 0.6 | ~32|1,030| 7,420

125 | 0.6 | ~19 /2,040 | 9,790 150 | 0.6 | ~25 1,700 (10,200 200, 0.6 | ~32|1,270| 9,140

(NAKSO, HPMT, P21) 75| 06 19 [ 1,210 | 5,320 ~90 | 0.6 25 [ 1,010 | 5,560(~120| 0.6 32| 760| 5,020

R 38-430RC | jcgiigp | 125 | 05 | ~19 [1,080| 3890| 150 | 05 | ~25| 900 | 4,050| 200, 05 | ~32 | 680| 3,670

12311, P20 175 | 05 | ~19 (1,020 3,670 210 | 05 | ~25| 850 3,830| 280 05 | ~32| 640| 3,460
BEANEE ~75| 06 | ~19 1,210 5320 ~90 | 06 | ~25 |1,010| 5560{~120| 0.6 | ~32| 760 5,020

ety
Hardened die steel | JC8118P [ 125 | 0.5 | ~19 | 1,080 | 3,890| 150 | 0.5 | ~25| 900| 4,050 200 05 | ~32 | 680 3,670

01,2344, 1.2379) 175 | 05 | ~19 (1,020 3,670| 210 | 05 | ~25| 850 3,830| 280 05 | ~32| 640| 3,460

(gﬁcf FéﬁD) ~75 | 1 ~19 | 2,550 |15,300| ~90 | 1 ~25 12,120 |15,900{ ~120| 1 ~32 | 1,590 14,310

REE300HBLLT ~ ~ ~
Gy & ocicatiron | /C8118P| 125 | 0.8 | ~19/| 2,550 15300 150 | 0.8 | ~25 2,120|15900| 200/ 08 | ~32 159014310

s 175 | 06 | ~19 2,200 10990 210 | 06 | ~25 1910 11,460 280 0.6 | ~32 | 143010300
27V LAG ~75| 06 | ~19 1,530 6120 ~90 | 06 | ~25 1270 | 6350(~120| 06 | ~32| 950 5700
EELY(%?I-?‘B‘)LX‘F (POE| 125 | 05 | ~19 1,530 | 6120 150 | 0.5 | ~25|1270| 6,350| 200| 0.5 | ~32| 950 5700
Baow 25018 175 | 05 | ~19 1,270 | 4,060 210 05 | ~25 1,060 | 4,240| 280 05 | ~32| 800| 3,840

0 :IVFIVEHLES, ap: HAEDYHIAIFESE, de: ERARADYIAHFEE, N TEEEGRE, Vi XURE
2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

BERALEDFESEEA
1) EEEDUIRIRMIS EHBIES KOT— 7RIS CTREBIEL,
2) VUYL FELELIISRIE TDARREZ LEBEL) EZL TR EWN BB VIEEDREZ T TERLEEL,
LA EYDZEYEIFEZHWNTLREN,
3) WRBNTRRDBEIE. FTAHREZZLTLIEEWN RIENE LU VIZ TIF TRALIEEL,
4) T7—7O—CEEINKTRREDIBEZTTOTLEEL, FHI IFEMCTOF v ETA I T FRIBISER S EL,

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 @p 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.



o\WE

r -
N VA IR #VY2AL DIJET INDUSTRIAL co., LTD.
X #t T547-0002 APRHFEHFXIIEER2TEH1E185

TEL. 06(6791)678114% 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 1509001 [§|1S0O14001
JQA-2089 JQA-EM1580

EHlR
WEREX/E (RERESFR) WERA TR
T341-0038 BEE=MrihR 17T 582 ResidenciaZ1F T430-0926 s SN XA LBT340& D7
TEL. 048(949)7720 FAX.048(949)7730 TEL. 053(456)2133 FAX. 053(456)7938
WERERESER WAPRZIE (KIRESEFR)
T221-0835 #E/||EfEEMER | [XER12T B268 4 $53%ME)LEF TH547-0002 KBRMFHEXMEHRLTH 18185
TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX. 06(6794)0217
WHLRIRE SRR WELLEZEr
T373-0818 BEEKAT/IEALG 1 4EH T939-8096 EILMEAR17&E205 ERE_E)L 1-B
TEL. 0276(45)8588 FAX.0276(46)7446 TEL. 076(425)5171 FAX. 076(425)5187
Wl&E4 742 WLESESE
TI83-0852 lEh=MEXEMS T B2&E35 T734-0022 [hEmMXEE]TH23%F 155 #fNEIL1F 1035
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 082(282)3712 FAX. 082(282)3742
BEHEZE (BHEEERR) W NESERR
TA466-0034 ZHEMRFIXARE 1 TE39FH2 TU )L 1F T812-0011 EEMESXELIRFI4T B38E3S &%/ \BEAL/LEF
TEL. 052(851)5500 FAX.052(851)8311 TEL. 092(284)4610 FAX.092(284)4617
W=TE5

T446-0058 ERKRLHH =94l 1T H15&th10 > 715 T— 8F
TEL. 0566(71)0505 FAX.0566(74)3717

BE #t T & 7547-0002 AFRHFEEHXNER2THIZE185 TEL. 06(6791)68781 FAX. 06(6793)1221
= E E ¥ Ff T518-0205 == EFEMFASAK/E8-14 TEL. 0595(52)2800 FAX. 0595(52)284 1
BE H # I & 7584-0022 ABriEHEMMHEIR2T B 18235 TEL. 0721(23)2700 FAX. 0721(23)2705
SBILR
IDIJET INDUSTRIAL CO., LTD. (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany RM.N0.2015, 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
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
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
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IHDIJET 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,
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Thane (W) 400 607, India
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town, Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
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
FATBROU— DI e
o A 1— 1— TEE
http://www.dijet.co.jp 0120-39-81-39  fixos61031230

CHEALEDER TaERSCTRAVRELDIC
C ONE GRS TEALBNTLEE V. @XEREFEPRITOH D TRF}ERALEN TS,
O DR BEMECLBT HICTERLEE W X RERFLRENN—ZTRALIZT 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.
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