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“QM MAX GII” GMX / MXG type with high efficient roughing.
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Ao -l QM MAX GII” GMX / MXG type
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Features of product
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Greatly improved metal removal rate! For high efficient roughing. Wide application range.
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Inserts with optimum cutting edge for its use.

»*Compared with conventional positive type cutter, chips thickness of QM MAX G Il reduced by 14%
(in case of ap=0.6mm, insert No.:ENMU-PH).
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Optimum cutting edge

ENMUR(TL—hHD) ENMQR;(FL—H%L)

SEDARELRA LR IRER L =EEAITROTIRERICHIS NS
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ENMU type (with breaker insert) ENMQ type (non-breaker insert)

Low cutting force inserts

Inserts with strengthened cutting edge
for high feed machining.

for high hardened materials.
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Economical double-side insert (4 corners).

4 shapes & 9+ type inserts are available.

They can be widely applied from general steel to hard-to-cut materials such as hardened
die steel (up to 62HRC), high strength stainless steel, titanium alloy & inconel.
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ENMU100412ZER-SL ENMU100412ZER-PH ENMU100312ZER-HL ENMQ100312ZER
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- #%8JC7550, JC7518, - F41&)C8118,JC8050, JC7560 SREE T FE(R - ##EDH102

DS118, DS150 +#4%&DH102 *60HRCUU L DEEE

+60HRCLU R D BEE I LI < il MTICEmRE

«Breaker with low cutting force «Breaker for general use +Breaker for high hardened material -Non-breaker

«Sharpe & wavy cutting edge «Strong & wavy cutting edge «Secure strength by straight cutting edge «Polishing top & bottom surface

«Grade : JC7550, JC7518, DS118, DS150 «Grade : JC8118, JC8050, JC7560 & low breaker angle «Grade : DH102
«Grade : DH102 «For high hardened material over 60HRC
«For high hardened material up to 60HRC
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Possible to stable high feed machining in case of XNy REG25TI Y EX T A1 FTHIGAIEE (M ERMAR S 21 T LRFEEE) o
long overhung length over L/D=6 . Excellent in ramping and helical interpolation,

and possible to high efficient pocket milling.
*Max. ramping angle 1° in case of using ¢ 25 tool dia.



o e -l O MAX GTI” GMX / MXG type

Y HI £ 88 Cutting performance

Q IR L
Cutting force
comparison 1,600

1,400

X (%Y 4% H Feed force)
Y (FE% 5 Main force)
Z (#% 7 Back force)

&7 (Resultant force)

1,800

~

[0}
2
8
@
(7] Y I | ] 1 | ]
OE)) 11200 G&ﬁm; S50C
£ 1,000+—— —— - —— — | XGEb&HA) Mat'l : C50
8 800+— I o ] Hi| & 4 Cutting conditions :
= 1 LY &ESH) Vc=120m/min, fz=1.0mm/t,
£ 6001 — | ap=0.6mm, @e=15mm
i AHovhy b T7IO—
" 400+ —— —  Z(&ESN) Down cut Air blow
5 200 S— — mah e TEME Tool No :
0 = MXG-4025-M12 (@25x443)
S, TYIAIRAA—MXG R A Y — & Insert No -
Conventional tool (925 X 415 7) ENMU100412ZER-PH (JC8118)
(E>25—%17)
MXG type( ® 25%4N)
PHO L—A LM RIEHEIZEN.
S oiEAHEEY A AEE
. N “PH breaker insert” is excellent in fracture
Q ZE DR R LB resistance and possible to higher feed
L machining than conventional tool.
Feed limit fz=1.1mm/t | fz=1.4mm/t | fz=1.6mm/t
comparison /%&‘éiw : SKD61 (46HRC) R
PH Mat'l : 1.2344
JL—5H O O O o) &l &4 Cutting conditions :
PH breaker Vc=95m/min, ap=1.0mm, ae=0-19mm
FyvFT&AEIUAY F TTTE—
HAERS Up&down cut Air blow
Conventional O X e TEMZ Tool No -
tool MXG-4025-M12 (¢25x44%5)
A oY% — bEE Insert No -
ENMU100412ZER-PH (JC8118)
\_ %
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Tool life comparison
MhFyvEDTHIMZ Fim20%UP
(1) SKD11 (%£#f) 1.2379(Raw) Achieved 1.2 times longer tool life compared with convention-
0.4
@
g 110m
= EFEX
S 0.3 Large wear
% 110m
= FFHER
E ( #afTmT )
£ 0.2 Normal wear
1 (still able to continue:
e
&
1: 0.1 ‘ ‘
ﬁ == DIJET: ENMU100412ZER-PH (JC8118)
g =#= DIJET: it Conventional insert (JC8118)
0

0 10 20 30 40 50 60 70 80 90 100 110 120
H4I& (m) Cutting length

HWHIM - SKD11 (%£#1)
Mat'l : 1.2379 (Raw)

o &l &4 Cutting conditions : Ve=180m/min, fz=1.2mm/t, ap=0.8mm

o7R’7 < RN Pocket milling : 75x60x30mm 42> #w k Down cut 7 7 A— Air blow

%2 L & & Overhung lenght :60mm 5 > E >4 fAE Ramping angle :1° 1FIZTHI Test by one insert

o TEfi2% Tool No : MXG-4025-M12 (925x41H) A 4 — hH% Insert No : ENMU100412ZER-PH (JC8118)
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Tool life comparison

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

0.4
M#t D 3£& 3 times longer tool life.
0.3 Ftt D 1.56% [
’ 1.5 times longer tool life.

/
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o— —— O | [ o Duer enmUTo0aT22ER SL (JC7550
- M#t Competitor M

BA®IFEEEE (mm) Max.flank wear

/ —&— F#t Competitor F
O T T T

0 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16
tIHIE (m) Cutting length

WHEIF : Ti-6AI-4V
Mat'l : Titanium alloy
ol 444 Cutting conditions : Ve=60m/min, fz=0.7mm/t, ap=0.5mm, ae=15mm
Ao Ay kb Downcut B (SMERFAH) Wet (external coolant) 1FIZTHAIT Test by one insert
o TEM% Tool No : MXG-4025-M12 (¢25x4#7)
A oY — bE Insert No : ENMU100412ZER-SL (JC7550)

Q EFMmtE

Tool life comparison

(3) SKD11(60HRC)

0.6
F{t D135
1.3 times longer tool life,
g 0.5
= Fit
S 0.4 Competitor F
» 0.
s 24m
€ ENMQ100312ZER
£ 03 DIJET
L 32m
& l
= 0.2
+
ﬂ
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0
0 8 16 24 32 40

Y41 (m) Cutting length

#HAEI# : SKD11(60HRC)
Mat'l : 1.2379
o] Bl &4 Cutting conditions : Ve=80m/min, fz=0.3mm/t, ap=0.2mm, ae=15mm
A2 Hy bk Downcut #MERT 7 — Air blow(External) 4FIZTHIT Test by 4 inserts
e TE% Tool No : MXG-4025-M12(p25x4# )
A oY% — bHE Insert No : ENMQ100312ZER(DH102)
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Line up

Q R7R1TT751R

Facemill type

o) —Z U MR E
-B@dy Through coolant hole “ ‘
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DCX
Q KK Body
st (mm) Dimensions
247 & HE | A% SA v —k
Type Cat. No. Stock | No. of Applicable
inserts| DCX LF |pcsFMs| DCB |DCCB| KWW | KDP |CBDP inserts
- [ ] 7 50 50 40 | 22225 17 84 | 5 20
NEA VFHAX GMX7050R
neh Bore 1 Gx-7063R ® 7 | 63| 50 | 48 |225( 17 | 84| 5 | 20
GMX-7050R-22 [ J 7 50 50 40 |22 17 104 | 6.3 20
ENMU100412ZER- * *
GMX-7052R-22 * 7 52 50 40 |22 17 104 | 6.3 20 ENM % 100312ZER- * *
NEIYHAX
Metric Bore GMX-7063R-22 [ ] 7 63 50 48 |22 17 104 | 6.3 20
GMX-7066R-22 Y 7 66 50 48 |22 17 104 | 6.3 20
GMX-7066R-27 * 7 66 50 48 |27 20 124 | 7 22
o A—H—7E[E M Standard stock items
Yo EARYEER (REI108 ~2:BM/FEE) Stock in Europe. (14 days delivery upon ordering) ;e Parts
) LKKISA oY — FEIHEARAATHY FEA.
2 LUFEARISHBELTAY A HF o BBBRH LS, 957 7Thi L >/F Wrench
Note) 1. All cutters are supplied without inserts. Clamp screw (BII5% not be included)
2. All cutters are supplied without wrench.
TSW-2567H A-08
7577t #EEER LT (N-m)
Clamp screw Recommended torque
TSW-2567H 11

T )

et ICBA R+ REOGNRE(ICL Y, REEE65HRCLU L LEBEENADRERIERBRIET., AMAES LI UVIES
MEMERMILI0%ULT v T, BREGMIZHICEEAZRELET. =512, YIUKTORE., BHOREEZIHTIDREHYET .

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.
leo rust-proof and anti-welding effect is much improved. J
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End Mill type
U —J U hNYTE

Through coolant hole

p4
a
P4
o)
g Pepi |
o (e y
T
9, LU BHTA
&
LH
LF

o PNV Body

&

® | 2 | 16| 16 | 30 | 100 |14 |35 | 16

® | 2 | 16| 16 | 50 | 150 | 14 | 12° | 16

® | 3 | 2 | 20 | 50 | 130 |17.2| 23 | 20

® | 3 | 20| 2 | 8 | 160 | 172 | 1° | 20 ENMU100412ZER-* % rSWasTH -
® | 4 | 25| 25| 60 | 140 |22 |22 | 25 ENM>*100312ZER-* *

® | 4 | 25| 25 (100 | 180 | 22 | 09° | 25

® | 5 | 32|30 | 70 |15 |29 |15 | 32

® | 5 | 32| 30 [120 | 200 | 29 | 06 | 32

® : A—H—FEEM Standard stock items

E) LKKISA oY — FEHEARATHY FHA.

2. LYFRERAKISHRLTE Y FEA (BIFE) . Al@BEROIESL,
Note) 1. All cutters are supplied without inserts.

2. Al cutters are supplied without wrench.

TSW-2567H 1.1
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Line up

QEZAS—AYRELS ( )
Modular head type |
G ) G

FHHI Y

G'B@dy o)—J U rRfTE

Through coolant hole

' i lli!‘:“-ﬁl EHEEH,

C
MD
©
_/ 0
x ¢ y
g A B
o o (6]
) — |IL_ a
Vv
& LF
QZMZF Body
stik (mm) Dimensions & Parts
& #E | % HisA 25— b amgEE ey (not be included)
Cat. No. Stock [NO.of | pCX | LF |pcsrms| MD | C w Applicable
inserts inserts @ 6
MXG-2016-M8 16 23 | 14 M8 8 12
MXG-2017-M8 17 23 | 14 M8 8 12
MXG-3020-M10 20 30 | 18 M10 9 14
MXG-3021-M10 21 30 | 18 M10 9 14
MXG-3022-M10 22 30 | 18 M10 9 14

MXG-3025-M12

MXG-4025-M12
MXG-4026-M12

25 | 365 |22 \M12 | 11 | 19 | ENMU100412ZER-% *
M12 | 11 | 19 | ENM*100312ZER-* %

TSW-2567H A-08

MXG-4028-M12
MXG-5030-M16

28 35 (236 | M12 | 11 19
30 | 43 |27 |(M16 | 12 22
32 | 43 |29 | M16 | 12 22

MXG-5032-M16
MXG-5035-M16

35 | 43 |29 | M16 | 12 22
40 | 43 |32 |M16 | 14 26
42 | 43 |32 |M16 | 14 26

MXG-6040-M16
MXG-6042-M16

o BN BN BN BN BN BN NN BN BN NK BN B J
olo|lalala|s|s s w| 0w v lw (NN

N

3

1%

&

N

NS

o

1 A—A—TEE S Standard stock items
CENARYEER (MEI0B ~2:EMTERE) stockin Europe. (14 days delivery upon ordering)

) 1L KKIZA VY — FMEHEARATHY FE A,
2. BV 25—~y FOHREGT FILIIF12R—CETSBILE S,
3 LUFEAKCHBLTEY ERA (BIF) . BlgsROESL, 25 Tht HEBFN )L (N-m)

Note) 1. All cutters are supplied without inserts. Clamp screw Recommended torque
2. Please see page 12 for recommended tightening torque. P “

3. All cutters are supplied without wrench.

* @

TSW-2567H 1.1
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QT —bR Insert

ENMU100412ZER-PH ENMU100412ZER-SL ENMU100312ZER-HL ENMQ100312ZER

&
n
w»
&
n
w
r
w
—

(%)

@ : A —H—7EEF Standard stock items

17 —Z10AYTY .
10 inserts per case.

TSW-2567H 1.1

$ | L

TSW-2567H A-08

4 N
Q1 H— FDFRIT—2 [ZDLVT Discrimination of grade for insert.

MB(O—T4 09 TEITA VY — bRAOY—IMELYFET, CHEAOEICIFIERILZEN,

Each grade shows discrimination mark on the insert surface.

ENMU100412ZER-PH ENMU100412ZER-SL

% v

JC8118 JC8050 JC7560 JC7518,DS118 JC7550, DS150
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“QM MAX G II” GMX / MXG type

Q7 —RERDBZR Application for the choice of inserts

W

Work materials

g

Insert No.

##&E Cat No.

ENMU100412ZER-PH

ENMU100412ZER-SL | ENMU100312ZER-HL | ENMQ100312ZER

7 L —7 Breaker

S J L—2 For general use

{E3EH T L—A Low cutting force Eiﬁﬁﬁmjb—ﬁ For hardened material 7' L>—#1 £% L Non-breaker

R34 (S50C, S55C)
EE250HBLLTF
Carbon steel (C50, C55)
Below 250HB

JC8118

O

JC8050

Q

JC7560

JC7550

JC7518

DH102

DS118

DS150

T8 (SKD61, SKD11)

FE S 255HBIL T
Die steel (1.2344, 1.2379)
Below 255HB

JC8118

JC8050

JC7560

@00

JC7550

JC7518

DH102

DS118

DS150

FYn— K
(HPM7, PX5, P20)

& 30~36HRC
Mold steel (1.2311, P20)
30~36HRC

JC8118

JC8050

JC7560

®0O

JC7550

JC7518

DH102

DS118

DS150

T n— K
(NAK80, HPM1, P21)
7# =38~43HRC
Mold Steel (1.2311, P21)
38~43HRC

JC8118

JC8050

®0

JC7560

JC7550

JC7518

DH102

DS118

DS150

#EANEE (SKD61, DAC, DHA)
8 &42~52HRC
Hardened die steel (1.2344, 1.2379)
42~52HRC

JC8118

JC8050

JC7560

JC7550

JC7518

DH102

DS118

DS150

AN (SKD11, SLD, DC11)
1@ &55~62HRC
Hardened die steel (1.2344, 1.2379)
55~62HRC

JC8118

JC8050

X|X|X

JC7560

JC7550

C7518

DH102

DS118

DS150

#8% (FC. FCD)
FE S300HBLLTF
Cast iron (GG, GGG)
Below 300HB

JC8118

JC8050

JC7560

@00

JC7550

JC7518

DH102

DS118

DS150

AT VLA (SUS304)
B S250HBULF

Stainless steel
Below 250HB

JC8118

JC8050

JC7560

JC7550

JC7518

DH102

DS118

DS150

FRUAE (Ti-6A-4V)

Titanium alloy

JC8118

JC8050

JC7560

JC7550

JC7518

DH102

DS118

DS150

fit#&<E (INCO718)

Inconel

JC8118

JC8050

JC7560

JC7550

JC7518

DH102

DS118

DS150

© : FE—H#ESR First choice, good condition O : —f&HIAI Moderate condition @ : REEYIHI Unfavorable condition  Yr : BRERTIAI Light cutting

X : REE No good
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Line up

Q EE— B (£v25—~AvRBL—LBES v o7 —1)
MSN Carbide shank arbor A r—\i

BIYRIIINIv>PRAT End mill shank type

‘\- ‘ . *_-_
J Ee—
e 7 i
e D2 T—SV N =l ¢D2: J—=5VhJUR Coolant hole dia
Fig.1 g‘ 9Dz J—5YME Coolant hole dia Fig.2 2 Coolant hole dia. E —
©
5 | 2 —_ 4 42 T _— 4J @
g —_ o o T Y————f———— % T f T oIt T T IiooooiTooooaT I
= \ g = s

ME £E st (mm) Dimensions 5 (g) Fig BE #£& | T (mm) Dimensions E% (kg)
Cat. No. Stock|¢ps| 01 | L |¢D1l@n° | MD | ¢ D2|Weight] = ™" Cat. No. Stock | ¢ Ds L MD ¢Do | 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 [ J 14 137 Mg 4 0.26
MSN-M8-40T-S20C @® | 20 | 40| 100|14.5|3°30" 0.36| 2 MSN-M8-97S-S15C [ ] 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| - 032| 1 MSN-M8-197S-S15C [ ] 197 0.44
MSN-M8-120-S16C ® | 16 | 120| 175|15.5| - 042| 1 MSN-M8-107S-S16C [ J 16 107 M8 4 0.27
MSN-M8-152-S16C ® | 16 | 152| 207 |15.5| - 051 1 MSN-M8-157S-S16C [ ] 157 0.40
MSN-M10-20-S20C ® | 20| 20| 80|19.5| - 029 1 MSN-M10-130S-S18C [ ) 130 0.42
MSN-M10-40-S20C @ | 20| 40| 100(19.5| - 039 1 MSN-M10-190S-S18C [ J 18 190 M10 4 0.62
MSN-M10-40T-S20C @® | 20 | 40| 100(18.5|0°43 039 2 MSN-M10-240S-S18C [ J 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|185 2° 090| 2 MSN-M10-190S-S20C [ ) 20 190 M10 4 0.78
MSN-M10-90-S20C @ | 20| 90| 150|195 - |M10| 4 |0.60| 1 MSN-M10-250S-S20C [ J 250 1.02
MSN-M10-90T-S20C @® | 20 | 90| 150(18.5|0°19" 0.58| 2 MSN-M12-185S-S23C [ J 23 185 - 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 [ ] 185 1.07
MSN-M10-160-S20C @ | 20 | 160| 220 |19.5| - 087 1 MSN-M12-265S-S24C [ ] 24 265 M12 6 1.54
MSN-M10-210-S20C @® | 20 | 210| 270|19.5| - 107 1 MSN-M12-145S-S25C [ J 145 0.91
MSN-M12-25-S25C ® | 25| 25| 90|24 - 053] 1 MSN-M12-215S8-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 - 130 1 MSN-M16-310S-S28C [ ] 310 2.41
MSN-M12-155-S25C @® | 25| 155|220 |24 - 134 1 MSN-M16-157S-S32C [ ] 157 1.61
MSN-M12-200-S25C @ | 25 | 200| 265 |24 - 158 1 MSN-M16-217S-S32C [ ] 217 2.22
MSN-M16-25-S32C @ | 32| 25| 90|29 - 0.85| 1 MSN-M16-287S-S32C [ ] 32 287 M16 8 2.94
MSN-M16-55-S32C @® | 32| 55/120|29 - 113 1 MSN-M16-357S-S32C [ J 357 3.66
MSN-M16-77-S32C @® | 32| 77|157|29 - 147 1 @ : A —H—TEEF Standard stock items
MSN-M16-97-S32C ® | 32 97| 177 |29 _ 164 1 E) EVaT—AY FOMRBHT LI F12R—CFTBBIESD,
Note) Please see page 12 for recommended tightening torque.
MSN-M16-105-S32C @ | 32| 105|170 |29 - 159 1
MSN-M16-117T-S32C @® | 32| 117 197|29 |0°38 188 2 B
TBE—F (BEY v >y — BT —/\ [BTHSK v 29584 T])
MSN-M16-127-S32C @® | 32| 127|207 |29 - 189 1 [E3=E=3=3 1)
MSN-M16-127T-S32C | @ | 32 | 127] 207 |29 |0°30|m16| 8 |223| 2 o ey e cther atber
MSN-M16-155-S32C @® | 32| 155| 220|29 - 204 1
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| 26029 - 240| 1
MSN-M16-197T-S32C @® | 32 |197|277|29 |0°23 3.00| 2
MSN-M16-225-S32C @ | 32 |225|290|29 - 257 1
MSN-M16-245-S32C @ | 32| 245| 310|29 - 274 1
MSN-M16-295-S32C @ | 32 |295|360|29 - 317 1

@ : A —H—TEER Standard stock items
F) EVaT—AY FOMRMMET LI FE12R—CFTSBIES N,
Note) Please see page 12 for recommended tightening torque.
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Q EE G-Body (£515-AvEBRF—Lvvo7—1)
MGN G-Body steel shank arbor
O=RItEMN DM AEIZEN S6-Body @ 3—ha4AT
OEH LRIMNELVINTOFRMIEDOLY < MA 2 A2 & HBFIEXTRICIE.
AR MRTA—T VRIZHBEN=FEEG-Body (RF—ILI v y) EHEN-LET,
eAdopted ultra-rigid and improved body durability "G-Body".

eShort type
e Cost-effective and high strength steel shank arbor.

BIYRIIINIv>IR147 End mil shank type
@ —Z > LT E Through coolant hole

G-Body,

|
h
|
T
@Ds h6

\ L
BE R sfi& (mm) Dimensions FE (kq)

Cat. No. StocklgDs | #1 | L | eD1 | 6n° | MD |eD2 | Weight
MGN-M8-17-S16 . 16 | 17| 97|155| - | M8 | 4 0.13
MGN-M10-30-S20 e | 20 | 30| 10019 - |M10| 4 0.21
MGN-M12-35-S25 e | 25| 35|105|24 - |M12| 4 0.36
MGN-M12-85-S25 e | 25| 85|165|24 - |M12| 4 0.57
MGN-M16-37-S32 e | 32| 37|107|29 - |[M16| 6 0.56
MGN-M16-77-S32 e | 32| 77 | 157 |29 - |[M16| 6 0.83

@ : A—H—7EEF Standard stock items
) 1L EVaT—AY FETEEG-BodyfABHEEDOYIHIGEMF. 16~22R—DFENEIEZHREZTOFEEFERC LS,
2. EVa T~y FOMRMAT LY F12R—SFTBBILEEN,
Note) 1. In case of using modular head combined with MGN steel shank arbor, apply the recommended cutting conditions sheet
(see page 16-22).
2. Please see page 12 for recommended tightening torque.

11



QEZAS—AYREHLDIEEIE Attention

// DIJET

A\ ESa5—Ayk ROHFEEDER Attention to mounting head and MSN/ MGN shank arbor.

BEDa5—AYRED{IITFIE Tightening procedure

@®i&# Cleaning

EZaS—AYR F—IBES v I 7—N\TEE—# (HLL
[EFRF—=I2v > 7—NTEEG-Bodyl) Diff&EERZ T 7 —
ICTRERA<TIES L,

Remove dirt and chips with air from the connecting thread
and face of modular head and MSN/MGN shank arbor.
@1R#E® Initial Tightening
FROICTED2T—AYRIRE A —ILBES v 77—\
FrEE—#u (B LUFRF—IL v >0 7—/N\TEEG-BodyJ)
IRED L 7B ETREDH LTIE S LY,

Tighten by hand until the head and the shank arbor
faces touch.

@& Fxv¥ Final Tightening

ML bO—ILRNFTHLLIFERRNF (DSEAF)ICT,
HERLIETHKDEEEGTERFED LTI SV FRERED
BV EZRRIE STV,

Tighten slowly with torque control spanner wrench or DIJET DS

() RFFDHETICIREICIRED S SIRETEIHEDH TS L.
RUBEDWETT 2EREDHDET,

Attention : Final tightening without initial tightening cause connecting thread dd

A\ EEEE NOTE

1. ZNFRFMLI A RO—ILZNF B LLIFERZ/NF (DS
S BB TEATEEVWIATLOEZSREIIZEW),

2. ZNF 3 FHEDITF A ISP D LEER S H TAFDHEI LY,

3. EZaAT—AYREA—ILBRES v I 7—N\TTEE—#u (L
KBRF—I v 07— N\TEEG-Body)) DIFEZHE S
BTIRED BN EZRERLIE S,

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

spanner wrench.
2. Please gently apply pressure on wrench.

N

RLY1Z | @OMIFRLS | —EE Wmm)
Thread Tightening torque Spanner size
M6 8.0N°m 8y
M8 16N-m 10, 125%
M10 16N-m 14,15
M12 20N°m 17,19
M16 25N+°m 22,26

) 1. ANFRES2AS—AYRFEICIHBLTED £ A, BIEERHIES W,
2. FLOAYFA—LZNFEEDRIE EDaT—AYFOZEIE (WTH) LU
CHEESTTRRILE SV (B ES2S—AYRTERR—UBE),
RNRFICESTREHEENUBEBRZBENHDET.)
3. ZEIEW=85L<I312 (XENBR) DES25—AVRICDOSEL TS EBRNT
DS-86L<IEDS-122CMELTHEDET,

Note) 1. Modular heads are supplied without spanner wrench.

2. In case of choosing torque control spanner wrench, confirm
that the wrench
each modular head.

Mage. (There are some cases that modifying the thickness of spanner

size is match to the dimensions W & C of

AN\BE—# (ET25—AYRRA—ILBES v I 7—/\) BERDER Selection of "MSN Carbide shank arbor"

AEP1EDET2FT—AYFZEATIHERAELD I MmUY EEEOMUVEE—#ZRE LTSI,
YID<T DO HAHICEDTRE— AR B HDET

In case of using modular head over $16mm, please select MSN carbide shank arbor that diameter (¢D1) is 1mm or

more smaller than modular head (DC). A wrong selection causes damage to the carbide shank.

DC-¢D1=1mm TEZE

TEE—HDERE: ¢D1

MSN carbide shank
neck diameter

ETa5—AYyRDOHARE: DC

20752 20.5mmU EHE

Clearance necessary
more than 0.5mm

VIO %ZRETRED.I—F k.
I77O0—-OFEREHELET.

Coolant or air blow is recommended for
flushing the chips.

Modular head tool diameter

& IEZEDRILAANDED(FIFEFDEE Caution for the mounting to shrink fit holder.

=B v I T7—NTEE—HIEED2F—AYFZREFEHRILITERT IR EPa5—AYRZIFIL
T EE—Ru DA ZFRES XSH L TEOD T TIE IV AYFOEDFIFIE BESIEDHEICITOTIIE T,

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.

) AYRERITTEEERIEDETILAYFPFYTHIETIIKLARBZ LD BDET,

12
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13

mIEH Cutting data

@ FSEDMIEH 1. Machining on Plastic mold
THLES Overhung length : 100mm ’7'—°/E Gauge length : 250mm

1Y < FHEHEQ=229.2cn/min & E /K,
FM30NMI LA > — FIEEERE,

Achieved high metal removal rate (Q=229.2cni/min). After
machining for 3h30min, insert showed normal wear.

@ RTYLADMIER 2. Machining on Stainless steel
ZEHLERS Overhung length : 60mm

:%E% Result

SYEVI LD SAEDBEM I,
WITMARII2~3HFADIMIEF&RICH L. 3HFRMI®E
SIEREF (M EEARTEE).

Circular grooving while ramping. Competitor machined only 2 or 3

@ SEEMODIMIES 3. Machining on High hardened material

ZEHLERS Overhung length : 155mm EERMI Face milling (roughing)
T— A X size : 145mmX98mmX82mm

10 —F H7=D BRI T (LI4IK225m)o
MIMEHISRBETEMEMICATLETECREL
TC}JDI?J\‘EJ.EEO

Machining time: 3 hours per corner. Cutting length: 225m. Possible to stable
machining from beginning to end.

2% Part name

758! Plastic mold

WINTAAHE Work|  #HIH Material S55C C55
FE Hardness —
F2& Tool No. MXG-5035-M16
T8 Tool

A >t —MEEE Insert No

ENMU100412ZER-PH(JC8118)

B, LIRIEE | N 1,910 (min™)
Spindle speed
Cutting speed | Ve 210 (m/min)
EnEE \%i 11,460 (mm/min)
£t Feedspeed | 1.2 (mmt)
Cutting conditions
ap 0.8 (mm)
Qe 25 (mm)
92—k Coolant DRY
TERM Machine IIf2MC Vertical MC
4033
2 #F Part name BEMERS Machine parts
WA Work|  #EI# Material SUS304
8 Hardness —
A2 Tool No. MXG-3020-M10
T8 Tool

M >t — M Insert No

ENMU100412ZER-SL(JC7550)

ESE

Cutting conditions

EERREE. IHERE | N

1,600 (min™)

Spindle speed
Cutting speed | Ve

100  (m/min)

: INREED g
ﬁoﬁ]ﬁ Vi 3’200(mm) Par{o\fcrossedho\e2v400(mm)
s
Feedspeed £ | 6 66 (mimin),, CRER 0 5 (mimin)
ap 0.3 (mm)
ae 20 (mm)

29—k Coolant

23 (RERHGIH) Wet (Internal)

fEFMEIM Machine |#RZMC (BT50114%) Horizontal MC (8T50)
4002
% #F Part name FARE—2X Test piece
WINTA4HE Work|  #HI# Material SKD11 1.2379
FE Hardness 60-63HRC
F2& Tool No. MXG-5032-M16
T8 Tool
>t — M2 Insert No| ENMQ100312ZER(DH102)
B, LIRIEE | N 800 (min™)
Spindle speed
Cutting speed | Ve 80 (m/min)
DS Vi 1,200 (mm/min)
ESt Feedspeed | 0.3 (mm#)
Cutting conditions
ap 0.2 (mm)
ae 16 (mm)

2—5>k Coolant

#8877 — Air blow (External)

fEFREM Machine

ITHEMC Vertical MC

4225
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075 LIER LD —F FURESR Definition of corner shape for programming

1.0

Max.ap

ENMU100412ZER-PH | 1-0(5* 0.51 0
ENMU100412ZER-SL | ** 5 (E Standard) 0.36 0
20 0.22 0.05

ENMU100312ZER-HL

1.0

0.55

0
ENMQ100312ZER 3.3 | 1.5(F% standard) 0.41 0
2.0 0.26 0.04

14
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JO77 MIEDxEEIE Attention for profile milling

oY —)L/INAMEH A% Calculation of tool pass dia.

| rotation should be counterclockwise.

Z Y E Y I Ramping A1) A JUANI Helical interpolation
@Dh ¢dc = ¢Dh — Dc

Y— LR F NE TE#Z
Tool pass dia. Bore dia. Tool dia.

o N o—FHH Y DEYNAHARENZAYVAAREApE

Qlg / ‘ \ BMEAENKSICLTLESLY,

DH ° _ _ Depth of cut per one circuit should not exceed

E\]]F § ! } max. depth of cut ap.

g H \ ’ oY — LINRADEEARIEA IV DY MZiEd LS
REFEYICLTL L,
¢ \ Down cutting is recommended, so tool pass

OFvEVY . NJAILMIFFEY REZFEDHIZHERD 7 0% UTFTTMILTLEEL,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
OFYUYUIMIEE, BAMEY EEZFETHIFHERD20%LUTTHMILTL S,

In case of drilling,apply 20% or less Z axis feed speed from standard cutting condition table.

OFRUYIMIKICE, ERLERVIIY K TARVBESEZEAHY ETDOT, REISETFEFEL TS,

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

IEE A0 T AT RER Eff. Cutting dia.(mm) S5 Y E >4 I Ramping
m&E IE®E A Ut — FFSE Insert No. BRAVIAHES : ap mAIER RARUAARS (ap)
Cat. No. Tool dia.(mm) Max. depth of cut (mm) AES (F) MIEOTERS : L (mm)
ENMU100412ZER-3% | ENM3¢100312ZER-36%¢ S el Total cutting length at
gle 6 Max. ap
MXG-2016-M8 16 10.1 9.6 0.7 1°36' 25.1
MXG-2017-M8 17 1 10.5 0.7 1°36' 25.1
MXG-3020-M10 20 13.9 13.5 1 1°30' 38.2
MXG-3021-M10 21 14.9 14.5 1 1°30' 38.2
MXG-3022-M10 22 15.9 15.5 1 1°30' 38.2
MXG- * 025-M12 25 18.9 18.4 1 1°12' 47.7
MXG-4026-M12 26 19.9 19.4 1 1°12' 47.7
MXG-4028-M12 28 21.9 21.4 1 1°06' 52.1
MXG-5030-M16 30 23.9 23.4 1 0°54' 63.6
MXG-5032-M16 32 25.8 25.4 1 0°54' 63.6
MXG-5035-M16 35 28.8 28.4 1 0°42' 81.8
MXG-6040-M16 40 33.8 334 1 0°30' 114.5
MXG-6042-M16 42 35.8 354 1 0°30' 114.5
GMX-2016- * * -S16 16 10.1 9.6 0.7 1°36' 25.1
GMX-3020- * *-S20 20 13.9 13.5 1 1°30' 38.2
GMX-4025- * * -S25 25 18.9 18.4 1 1°12' 47.7
GMX-5032- * * -S32 32 25.8 25.4 1 0°54' 63.6
GMX-7050R- * * 50 43.8 43.4 1 0°24' 143.2
GMX-7052R-22 52 45.8 45.4 1 0°24' 143.2
GMX-7063R- * * 63 56.8 56.4 1 0°18' 190.9
GMX-7066R- * * 66 59.8 59.4 1 0°18' 190.9

A ARG TN I Helical interpolation

BREY Y DTES 1 Z Max. driling depth(mm)

W= TEEZ F/INJUE Min. bore dia. Dh min (mm) _ )
Cat. No. Tool dia.(mm) £ 2% — B Insert No. BANE £ oY — B Insert No.
ax. bore dia. Dh max (mm).
ENMU100412ZER-%3 | ENM3100312ZER-> % ENMU100412ZER-%3% | ENM3¢100312ZER-% %
MXG-2016-M8 16 22 21 30 0.3 0.2
MXG-2017-M8 17 24 23 32 0.3 0.2
MXG-3020-M10 20 30 29 38 0.4 0.2
MXG-3021-M10 21 32 31 40 0.4 0.2
MXG-3022-M10 22 34 33 42 04 0.2
MXG- * 025-M12 25 40 39 48 0.5 0.3
MXG-4026-M12 26 42 41 50 0.5 0.3
MXG-4028-M12 28 46 45 54 0.6 0.3
MXG-5030-M16 30 50 49 58 0.6 0.4
MXG-5032-M16 32 54 53 62 0.6 0.4
MXG-5035-M16 35 60 59 68 0.6 0.4
MXG-6040-M16 40 70 69 78 0.7 0.5
MXG-6042-M16 42 74 73 82 0.7 0.5
GMX-2016- * *-S16 16 22 21 30 0.3 0.2
GMX-3020- * *-S20 20 30 29 38 0.4 0.2
GMX-4025- * *-S25 25 40 39 48 0.5 0.3
GMX-5032- % * -S32 32 54 53 62 0.6 0.4
GMX-7050R- * * 50 90 89 98 0.8 0.6
GMX-7052R-22 52 94 93 102 0.8 0.6
GMX-7063R- * * 63 116 115 124 0.8 0.6
GMX-7066R- * * 66 122 121 130 0.8 0.6
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e NIEIES S Recommended cutting conditions

QEC15—~Y FMXGH+EE—#(EL 15—~y FRAA—LBEY Y VI T7—N)
MXG and MSN type

~50 0.7 ~10 3,580 8,590 ~60 0.8 ~14 2,860 10,300
80 0.6 ~10 3,580 8,590 100 0.6 ~14 2,860 10,300
120 0.6 ~10 3,180 7,630 140 0.6 ~14 2,550 9,180
~50 0.7 ~10 3,580 8,590 ~60 0.8 ~14 2,860 10,300
80 0.6 ~10 3,580 8,590 100 0.6 ~14 2,860 10,300
120 0.6 ~10 3,180 7,630 140 0.6 ~14 2,550 9,180
~50 0.7 ~10 3,180 7,630 ~60 0.8 ~14 2,550 9,180
80 0.6 ~10 3,180 7,630 100 0.6 ~14 2,550 9,180
120 0.6 ~10 2,590 6,220 140 0.6 ~14 2,070 7,450
~50 0.6 ~10 1,890 4,160 ~60 0.6 ~14 1,510 4,980
80 0.5 ~10 1,690 3,040 100 0.5 ~14 1,350 3,650
120 0.5 ~10 1,590 2,860 140 0.5 ~14 1,270 3,430
~50 0.6 ~10 1,890 4,160 ~60 0.6 ~14 1,510 4,980
80 0.5 ~10 1,690 3,040 100 0.5 ~14 1,350 3,650
120 0.5 ~10 1,590 2,860 140 0.5 ~14 1,270 3,430
~50 0.2 ~10 1,590 950 ~60 0.2 ~14 1,270 1,140
80 0.15 ~10 1,390 700 100 0.15 ~14 1,110 830
120 0.1 ~10 1,290 650 140 0.1 ~14 1,030 770
~50 0.7 ~10 3,980 11,940 ~60 1 ~14 3,180 14,310
80 0.7 ~10 3,980 11,940 100 0.8 ~14 3,180 14,310
120 0.6 ~10 3,580 8,590 140 0.6 ~14 2,860 10,300
~50 0.7 ~10 3,980 11,940 ~60 1 ~14 3,180 14,310
80 0.7 ~10 3,980 11,940 100 0.8 ~14 3,180 14,310
120 0.6 ~10 3,580 8,590 140 0.6 ~14 2,860 10,300
~50 0.6 ~10 2,390 4,780 ~60 0.6 ~14 1,910 5,730
80 0.5 ~10 2,390 4,780 100 0.5 ~14 1,910 5,730
120 0.5 ~10 1,990 3,180 140 0.5 ~14 1,590 3,820
~50 0.5 ~10 1,990 2,790 ~60 0.5 ~14 1,590 3,340
80 0.4 ~10 1,990 2,790 100 0.4 ~14 1,590 3,340
120 0.4 ~10 1,790 2,150 140 0.4 ~14 1,430 2,570
~50 0.6 ~10 1,990 1,190 ~60 0.6 ~14 1,590 1,430
80 0.5 ~10 1,990 1,190 100 0.5 ~14 1,590 1,430
120 0.5 ~10 1,790 720 140 0.5 ~14 1,430 860
~50 0.5 ~10 1,190 1,670 ~60 0.5 ~14 950 2,000
80 0.4 ~10 1,190 1,670 100 0.4 ~14 950 2,000
120 0.4 ~10 990 1,190 140 0.4 ~14 800 1,440
~50 0.5 ~10 600 360 ~60 0.5 ~14 480 430
80 0.3 ~10 600 360 100 0.3 ~14 480 430
120 0.2 ~10 600 360 140 0.2 ~14 480 430

{32 LR S Overhung length  @p : iR RO YIAARE S Axial depth of cut - Ae: FEHRDYHAAFE S Radial depth of cut  n : TEEIERERE Spindle speed  Vi: % Y #E Feed speed

EALOFERE

1. EROUHIZEHE, BEBANEE L UD— B CTHECEZSL,

RUVTYHRELBEE, YRAARSELERELYHELTIESY, HIVFAZEELZTFTEACEZS L,
fEL. 1 ALYDRYBFEZBVTLESN,

BEABDHATEOBEF., FTURAFRSEECLTCESD, RINBIUVVIETFTHTERACESL,

ALT7—IO—T& YUY K TREDEBET > TSV, BT, IBMCTOF Y ET 4 MITIEEY < JM0E(C
EBEELL,

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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*g;-: ﬁ ] ‘ﬁu % 14: Recommended cutting conditions

QEC15—~Y FMXGH+EE—H(EL 15—~y FAL—ILBES vV 7—N)
MXG and MSN type

2/3
TEE (mm) Tooldia.
’ ;
I « jﬁf— i ﬁfi— [N 25 25/26/28
Work materials mE MiE FEk No. of teeth 3N FH No. of teeth 4N
Grad | rt No.
e fSE e ap ae n A% ! ap ae n Vi
(mm) (mm) (mm) (min™") | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
B34 (S50C, S55C) ENMU ~75 0.8 ~19 2,290 8,240 ~75 0.8 ~19 2,290 | 10,990
o EC2S0HBELT 1 400412 | JOBOSO | 135 | o6 ~19 | 2200 | 8240 [ 125 | 06 ~19 | 2200 | 10,990
Below 250HB ZERPH  (JCTSE0) 06 ~19 2040 | 7,340 175 06 ~19 2,040 9,790
TES (SKD61,SKD1) | EnMU ~75 0.8 ~19 2290 | 8,240 ~75 0.8 ~19 2,290 | 10,990
o E3(255HB”4-F , | 100412 | J4CBOS0 125 0.6 ~19 2290 | 8,240 125 0.6 ~19 2,290 | 10,990
ie steel (1.2344, 1.2379 ZER-PH (JC7560)
Below 255HB 175 0.6 ~19 2,040 | 7,340 175 0.6 ~19 2,040 9,790
Fn—FKoa B ~75 0.8 ~19 2,040 | 7,340 ~75 0.8 ~19 2,040 9,790
(?;ggéi)égﬁg) 100412 (jgsggg) 125 0.6 ~19 2,040 | 7,340 125 0.6 ~19 2,040 9,790
Moldstel (12311, P20) 30~3rRe | ZER-PH 175 06 ~19 1,660 | 5,980 175 06 ~19 1,660 7,970
Fyn—Kva ENMU ~75 0.6 ~19 1,210 | 3,990 ~75 0.6 ~19 1,210 5,320
b 100412 (jggg;g) 125 | 05 ~19 1080 | 2920 | 125 | 05 ~19 | 1,080 | 3890
Mod Steel (12311, P21) 38~a3rRe | ZER-PH 175 0.5 ~19 1,020 | 2,750 175 0.5 ~19 1,020 3,670
ﬁ)\hggi(ésmmy DA((Z:, DHA) ENZMELQ%O;AZ Leais ~75 0.6 ~19 1,210 3,990 ~75 0.6 ~19 1,210 5,320
42~52HR - - -
Hardened die steel (12344, 1.2379) ; (ENMU100412¢ (jc7518) 125 05 19 1,080 2,920 125 05 19 1,080 3,890
42~52HRC ZER-SL) 175 0.5 ~19 1,020 2,750 175 0.5 ~19 1,020 3,670
ﬁkngﬂﬁ(gKDﬂ’ SLD, DC11) ENMgégomz =75 0.2 =AE) 1,020 920 ~75 0.2 =AIE) 1,020 1,220
55~62HRC - -
Hardened die steel (1.2344, 1.2379) (ENMU100312 DH102 25 Die D E50 S0 25 0.ie s G 530
55~62HRC ZERHL) 175 0.1 ~19 830 620 175 0.1 ~19 830 830
g Ak (FC250) ENMU ~75 1 ~19 2,550 | 11,480 ~75 1 ~19 2,550 15,300
"‘ga';'j ?rgg"('ggggB 100412 (jggg;g) 125 0.8 ~19 2,550 | 11,480 125 0.8 ~19 2,550 | 15,300
160~260HB ZER-PH 175 06 ~19 2290 | 8,240 175 06 ~19 2290 | 10,990
B4H A8 4 LS (FCD700) ENMU ~75 1 ~19 2,550 11,480 ~75 1 ~19 2,550 15,300
&170~300HB 100412 | JC8118 125 0.8 ~19 2,550 | 11,480 125 0.8 ~19 2,550 | 15,300
Nodular cast iron (GGG70) ZER-PH (JC8050)
170~300HB 3 175 0.6 ~19 2,290 | 8,240 175 0.6 ~19 2,290 | 10,990
F—27F4 FRRFVLASE | ENMU ~75 0.6 ~19 1,530 | 4,590 ~75 0.6 ~19 1,530 6,120
(SUS304, 316, 317) 17Cr& | 4ppg12 | JC7550 125 0.5 ~19 1,530 | 4,590 125 0.5 ~19 1,530 6,120
Austenitic stainless steel ZER-SL (JC751 8)
(AISI 304, 316, 317) H 175 0.5 ~19 1,270 | 3,050 175 0.5 ~19 1,270 4,060
FHEERR S L | ENMU100412 ~75 0.5 ~19 1,270 | 2,670 ~75 0.5 ~19 1,270 3,560
~ (SUs630) ZERSL 1 JC7550 125 04 ~19 1270 | 2,670 125 04 ~19 1,270 3.560
Precipitation hardening stainless steel ENMU100412 (JCSOSO)
(SUS630) ZER-PH 175 0.4 ~19 1,150 | 2,070 175 0.4 ~19 1,150 2,760
R—S—=HFR T LA  ENMU100412 ~75 0.6 ~19 1,270 | 1,140 ~75 0.6 ~19 1,270 1,520
(832750) ZER-SL JC7550 - ~
Super duplex stainless steel : ENMU100412 (JC8050) 125 05 19 1,270 1,140 125 05 19 1,270 1,520
(532750) ZER-PH 175 0.5 ~19 1,150 690 175 0.5 ~19 1,150 920
FHLAS (TH6AY) | ENMU ~75 0.5 ~19 760 | 1,600 ~75 0.5 ~19 760 2,130
i %gg;fg’:&C 100412 (321153) 125 0.4 ~19 760 | 1,600 125 0.4 ~19 760 2,130
35~43HRC ZER-SL 175 0.4 ~19 640 | 1,150 175 0.4 ~19 640 1,540
fit#&< (INCO718) ENMU ~75 0.5 ~19 380 340 ~75 0.5 ~19 380 460
Eéﬁf;g”m 100412 (gg};g) 125 0.3 ~19 380 340 125 0.3 ~19 380 460
35~43HRC ZER-SL 175 02 ~19 380 340 175 0.2 ~19 380 460

{:2ZH LEE Overhung length  ap: EIA RO YIAFKFE S Axial depth of cut  Ae: FEHRDYIAHKFE S Radial depth of cut n : TEMEEEEE Spindle speed  VF: 3% Y #E Feed speed

EALOIERRE

L ELROVBIEEE, BERIES S UT—JRIEISE CTRECEZEL,

RUVYNEELEFRE, UAAREELRMELY LELTCESL. HHVEEGEEELZTFIFTHEACEZES L,
=L, 1 ALYDORFYBEEZGNTIEEL,

BHEBBATEOBER. FTVRAARIEECLTLESZD, RIINBIVVIEFHFTHEACLEEL,

MIT7—TO—TE YUY TREBREEZT TSN, HIS, IBMCTOF Y ETAMITIEYY < $ME(C
FEBCEEL,

Note

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

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

Use air blow.

NS

£
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~90 0.8 ~25 1,910 11,460 ~120 0.8 ~32 1,430 10,300
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 ~25 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 5,560 ~120 0.6 ~32 760 5,020
150 0.5 &23 900 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 5,560 ~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 0.2 ~25 850 1,280 ~120 0.2 ~32 640 1,150
150 0.15 =25 740 930 200 0.15 ~32 560 840
210 0.1 ~25 690 860 280 0.1 ~32 520 780
~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 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 ~2 950 2,850 280 0.4 ~32 720 2,590
~90 0.6 ~25 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
~90 0.5 ~25 320 480 ~120 0.5 ~32 240 430
150 0.3 ~25 320 480 200 0.3 ~32 240 430
210 0.2 ~25 320 480 280 0.2 ~32 240 430

{22 LR S Overhung length  @p: BiA MO YIAAR S Axial depth of cut  @e: FEFRDEIAAHRES Radial depth of cut n : TEEEREKE Spindle speed  Vf: % Y i#E Feed speed

ERALOFERE

1L LROHIEME, BEBMES LTI B CTHBCESL,

RUVYNRELBEE, RAARESELERBMELYHELTES L, HAIVFEEEREZ FHFTEACES L,
L 1 ALYOFEYBEEZBNTIESN,

BEABHATEOBEEF. FTURAFFSEERLTCES L, RISNEIVVIE TFHTERACESL,

I7—JO—2&KYPY K FREDEBEZT>TIESD, FHT, IBMCTOF v ET A MITIEEY < FREIC
EBE(ESL,

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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o -l O\ MAX GTT” GMX / MXG type

*gj; ﬁ ] ‘ﬁu % 14: Recommended cutting conditions

Qv IR T IS4 R Shank type

1/2
TEFE (mm) Tooldia.
Eiid HESE
WEIH Ao — bk 16 20
Work materials i g FE No. of teeth 2N FE No. of teeth 3N
Grades Insert No.
ap ae n \i 4 ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
ﬁ§§3(3500, S55C) ENMU JC8050 ~30 0.7 ~10 3,580 8,590
250HBLAT N N N N

o SO E  100412 | oenoy | 30~50 | 0.6 10 3,580 | 8,590 60 | 0.6 14 2,860 | 10,300
Below 250HB ZER-PH 50~70 06 ~10 3180 | 7,630 | 60~100 | 0.6 ~14 2,550 9,180

TAM (SKDB1, SKD1)  ENMU | poe ~30 | 07 ~10 3,580 | 8,590

B8 & 255HBLL TR - N - -

AR R 21224;2'_| (JC7560) | 30-50 | 06 10 3,580 | 8,590 60| 0.6 14 2860 | 10,300
Below 255HB A 50~70 | 0.6 ~10 3180 | 7,630 | 60~100 | 0.6 ~14 2,550 9,180
FYn— R ENMU | ca0s0 ~30 | 07 ~10 3,180 | 7,630

g Tple ) 100412 30~50 | 0.6 ~10 3,180 | 7,630 ~60 | 0.6 ~14 2,550 9,180
E&30~36HRC (JC7560)
Mold steel (12311, P20) 30~36HRe; ZER-PH 50~70 | 0.6 ~10 2,590 | 6,220 | 60~100| 0.6 ~14 2,070 7,450
FYn—F Uil ENMU ~30 | 06 ~10 1,890 | 4,160
Jcs118
(NAK8O, HPM1, P21) 100412 30~50 | 05 ~10 1,690 | 3,040 ~60| 05 ~14 1,350 3,650
H&38~43HRC JERPH | (/C8050)

Mold Steel (1.2311, P21) 38~43HRC A 50~70 | 05 ~10 1,500 | 2,860 | 60~100 | 0.5 ~14 1,270 3,430

#EANS (SKD61, DAC, DHA) | ENMU100412 T ~30 0.6 ~10 1,890 4,160
T &42~52HRC ZER-PH - - - -

Hardened die steel (1.2344, 1.2379) | (ENMU100412 ; (JC7518) 30~50 05 10 1,690 3,040 60 0.5 14 1,350 3,650
42~52HRC ZER-SL) 50~70 | 05 ~10 1,500 | 2,860 | 60~100 | 0.5 ~14 1,270 3,430

AN (SKD11,SLD, DC11) | ENMQ100312 ~30 0.2 ~10 1,590 950

FE&55~62HRC ZER - - - -
Hardened disseel (12344, 12079) | (ENMUTO012| D102 | 30-50 | 015 10 1,390 700 60| 015 Lo ERNID 280
55~62HRC ZER-HL) 50~70 | 0.1 ~10 1,290 650 | 60~100 | 0.1 ~14 1,030 770
hd‘gﬁﬁﬁ (FC250) ENMU | jcanrs ~30 0.7 ~10 3,980 | 11,940
78 & 160~ 260HB - - - -
LSt 21224;2H (Jc80s0) | 30-50 | 07 10 3,980 | 11,940 60 | 0.8 14 3,180 | 14,310
160~260HB A 50~70 | 0.6 ~10 3,580 | 8590 | 60~100 | 0.6 ~14 2,860 | 10,300
9’7@4;»&@& ( FCD700) ENMU TS =30 0.7 ~10 3,980 11,940
78 &170~300HB - - - -

L o e 212?{4'12'_| (Jog0s0) | 30-50 | 07 10 3,980 | 11,940 60| 0.8 14 3,180 | 14,310
170~300HB A 50~70 | 0.6 ~10 3,580 | 8590 | 60~100 | 0.6 ~14 2,860 | 10,300

F=ATFARRATIUZE  ENWU  jorees ~30 | 06 ~10 2390 | 4,780

(SUS304, 316, 317) 17Cr% - - - -

Moo 16, 310 TG 100412 jo7eqg) | 30-50 | 05 10 2,390 | 4,780 60| 05 14 1,910 5,730
(AISI 304, 316, 317) ZER-SL 50~70 05 ~10 1,090 | 3,180 | 60~100 | 05 ~14 1,590 3,820
FHEERR T LR | ENMUI00412 ~30 | 05 ~10 1,090 | 2,790
30) ZERSL | JOT8S0 . ~10 1,090 | 2,790 ~60 | 04 ~14 1,590 3,340
Precipitation hardening stainless steel | ENMU100412 | (JC8050) - , , - 5 b
(3US630) ZER-PH 50~70 | 0.4 ~10 1,790 | 2,150 | 60~100 | 0.4 ~14 1,430 2,570
R—1S—ZHHRRT > LR ENMU100412 ~30 | 06 ~10 1,090 | 1,190
(832750) ZERSL | JCTSS0 . ~10 1,000 | 1,190 ~60| 05 ~14 1,590 1,430
Super duplex stainless steel i ENMU100412 | (JC8050) : ’ ’ : ’ ’
(S32750) ZER-PH 50~70 | 05 ~10 1,790 720 | 60~100 | 0.5 ~14 1,430 860
FAaEE (Ti-6AI-4V) ENMU T ~30 0.5 ~10 1,190 1,670
35 30~50 | 0.4 ~10 1,190 | 1,670 ~60 | 0.4 ~14 950 2,000
‘Eﬁéﬁ;“iﬂf c ;gg“f_ (DS118)
35~43HRC -5 50~70 | 0.4 ~10 990 | 1,190 | 60~100| 04 ~14 800 1,440
&£ (INCO718) ENMU  psirg ~30 | 05 ~10 600 360
B &35~43HRC 100412 30~50 0.3 ~10 600 360 ~60 | 0.3 ~14 480 430
Inconel ZER.SL (DS150)
35~43HRC ) 50~70 | 0.2 ~10 600 360 | 60~100 | 0.2 ~14 480 430

£: 22t L&{E & Overhung length  @p: BiIARDYIAARE Axial depth of cut e : FEABDYIAHARE S Radial depth of cut n : TEREEEEE Spindle speed  Vf: % Y #E Feed speed

ERLOFERE

1. LROVBIEEE, BEBRAMS ST —JREISE CTRBCLZEL,

RUVYHRELBEE, MRAARSELERELYBECLTIESY, HIVFAZEEELZTFTHEACEZS L,
2L 1 ALYOREYBEEZBVTLESN,

BHEBATEOBEE. FTURAARIEECLTEED., RINBIVVIETIFTHEACEEL,

MIF7—TO—CKYGY K FREDEEZTo>TCEEL, BT, IBMCTOF Y EF A MITEGY < FRE(Z
FELEEW,

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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Qv U8B T TSR Shank type

// DIJET

~70 0.6 ~19 2,290 10,990 ~90 0.6 ~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 2,290 10,990 ~90 0.6 ~25 1,790 10,740
70~120 0.6 =) 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 @) 1,080 3,890 ~90 0.5 ~25 850 3,830
70~120 0.5 ~19 1,020 3,670 | 90~140 0.5 ~25 800 3,600
~70 0.5 ~19 1,080 3,890 ~90 0.5 ~25 850 3,830
70~120 0.5 ~19 1,020 3,670 | 90~140 0.5 ~25 800 3,600
~70 0.15 Q) 890 890 ~90 0.15 ~25 700 880
70~120 0.1 Q) 830 830 | 90~140 0.1 ~25 650 810
~70 0.8 ~19 2,550 15,300 ~90 0.8 ~25 1,990 14,930
70~120 0.6 ~19 2,290 10,990 | 90~140 0.6 ~25 1,790 10,740
~70 0.8 =) 2,550 15,300 ~90 0.8 ~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 0.5 ~25 1,190 5,950
70~120 0.5 ~19 1,270 4,060 | 90~140 0.5 ~25 990 3,960
~70 0.4 =) 1,270 3,560 ~90 0.4 ~25 990 3,470
70~120 0.4 =) 1,150 2,760 | 90~140 0.4 ~25 900 2,700
~70 0.5 ~19 1,270 1,520 ~90 0.5 ~25 990 1,490
70~120 0.5 ~19 1,150 920 | 90~140 0.5 ~25 900 900
~70 0.4 ) 760 2,130 ~90 0.4 ~25 600 2,100
70~120 0.4 =) 640 1,540 | 90~140 0.4 ~25 500 1,500
~70 0.3 ~19 380 460 ~90 0.3 ~25 300 450
70~120 0.2 ~19 380 460 | 90~140 0.2 ~25 300 450

{32 LR S Overhung length  @p : iA RO YIAARE S Axial depth of cut - Ae: FEFRDYHAAFE S Radial depth of cut  n : TEEIERERE Spindle speed  Vf: % Y #E Feed speed

EALOFERE

1. LROUHIGEHE, BEBANEE L UD— B CTHECEZSL,

RUVTYHRELBEE, YRAARSELERELYHELTIESL, HIVFAZEELZTFTEACEZS L,
2L, 1AHYDRYEBFEZBVTLESN,

BEBBDHATEOBEF., FTURAFRIEELTCESD, RINBIVVIETFTHTERACESL,

LTI O—T& YUY K TREDEET > TSV, HIT, IBMCTOF Y ET 4 MITIEENY < JM0E(C
EBESL,

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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o -l O\ MAX GIT” GMX / MXG type

*3:!% ﬁ tJ] ‘E’u % #F Recommended cutting conditions

01:794 775 4 X Facenmill type

1/2
TEE (mm) Tooldia.
HESE HESE
HHIHH AVH— b AU S0/52 63/66
Work materials mE Mg FE No. of teeth 7N FH No. of teeth 7N
Grades Insert No.
ap ae n \i 4 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
®%8 (S50C, S55C) ENMU 200 0.8 ~40 1,020 | 8,570 200 0.8 ~50 810 6,800
18 S 250HBLL T JC8050 - =
Carbon sto (Cap Css) | 100412 | | 250 0.6 40 890 | 7,480 250 0.6 50 710 5,960
Below 250HB ZER-PH 300 05 ~40 830 | 6,970 300 05 ~50 660 5,540
350 0.4 ~40 830 | 6,970 350 0.4 ~50 660 5,540
~150 1 ~40 1,020 | 8,570 | ~150 1 ~50 810 6,800
TE (SKD61,SKD11) | EnMU 200 0.8 ~40 1,020 | 8,570 200 0.8 ~50 810 6,800
1 X 255HBLL T JC8050 - :
i L Z1 224'13 2H (Jc7560) | 250 0.6 40 890 | 7,480 250 0.6 50 710 5,960
Below 255HB 2 300 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
~150 1 ~40 1,020 | 8570 | ~150 1 ~50 810 6,800
F)n— KU - -
(HPMT, PX5, P20) ENWU  pomo 200 0.8 40 1,020 | 8,570 200 0.8 50 810 6,800
& & 30~36HRC 100412 | Y 250 0.6 ~40 890 | 7,480 250 0.6 ~50 710 5,960
Mold steel (1.2311, P20) ZER-PH ( )
H0~38HRE 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
~150 0.8 ~40 540 | 4,160 | ~150 0.8 ~50 430 3,310
T)n— R4 - N
e ENMU  grs 200 0.6 40 540 | 4,160 200 0.6 50 430 3,310
8 X 38~43HRC 100412 | jlonen) | 250 0.4 ~40 510 | 3,210 250 0.4 ~50 400 2,520
Mold Steel (1.2311, P21) | ZER-PH 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
~150 0.6 ~40 540 | 4,160 | ~150 0.6 ~50 430 3,310
BANSE (SKD61, DAC, DHA) | ENMU100412 200 0.4 ~40 540 | 4,160 200 0.4 ~50 430 3,310
T &42~52HRC ZER-PH JC8118 N ~
E e [ENUT00412 | (JG7518) | 250 0.2 40 510 | 3,210 250 0.2 50 400 2,520
(1.2344, 1.2379) ZER-SL) 300 0.1 ~40 510 | 3,210 300 0.1 ~50 400 2,520
42~52HRC
350 — — — — 350 — — — —
~150 0.2 ~40 510 | 1,070 | ~150 0.2 ~50 400 840
AN (SKD11, SLD, DC11) | ENMQ100312 200 0.15 ~40 450 790 200 0.15 ~50 350 610
H &55~62HRC ZER - -
BTG EnMUtoostz] DH102 250 0.1 40 410 720 250 0.1 50 330 580
(1.2344, 1.2379) u — — — = — — — —
244, 125 ZER-HL) 300 300
350 — — — — 350 — — — —
~150 1 ~40 1,150 | 12,080 | ~150 1 ~50 910 9,560
hFHiEs (FC250) ENMU 200 0.8 ~40 1,150 | 12,080 200 0.8 ~50 910 9,560
& & 160~260HB Jcs118 - .
5 < 160~ 2008 2224;24 (Jc8050) | 259 0.6 40 1,020 | 10,710 250 0.6 50 810 8,510
160~260HB H 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
~150 1 ~40 1,150 | 12,080 | ~150 1 ~50 910 9,560
5554 L8 (FCD700) |  ENMU 200 0.8 ~40 1,150 | 12,080 200 0.8 ~50 910 9,560
18 &170~300HB JC8118 - -
AL aky s - SR Z1 224; a (Jo8050) | 250 0.6 40 1,020 | 10,710 250 0.6 50 810 8,510
170~300HB i 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

£: 32t LEE Overhung length  @p: AR D YIAARES Axial depth of cut  @e: FEHMDYIAAHFES Radial depth of cut n : TEESREE Spindle speed  Vi: % Y EE Feed speed

FEALOTERE

L EROVAIGEHE., BEBIES LU —JRBIMEICIE L THEBESL,

RUVYHRFELFEE, YAARSELRMELYLECLTCESY, HHVREREEE FFTERACESL,
EEL, 1ALYDRYBEEZLZVTILESL,

BHEEDNTROBEE. FTURAARIEELTLESL, RINBIVVIETFTHFTHERALCES L,

MIF7—TA—IE YUK TREREZT>TLLEEL., IS, IBMCTOF Y EF A MITEYY < FME(C
EBECESL,

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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011‘7’5’4 775 4 X Facenmill type

// DIJET

£: 32 LEE Overhung length  ap: 85RO YA RS Axial depth of cut  @e: FEAMDYIAAH RS Radial depth of cut n : TEEERERE Spindle speed  Vi: %Y #E Feed speed

EALOEESER
“1. ERROUAIEEE. WRBIMES S TO—JBIMEICIE CTREBECESELL,

RUVYHBRELIBEE, YAARSELRBELYBECLTCESZD, HIVEAGEEZTFTHEACEZEL.
L 1 ALYORYBEEABVTIEEL,
BEREHHNTROBEE, ETUARARTEECLTIESN, RIINBLUVIETFTEACEEL,
'4.1;—7!:!—[:;: YHY K TREDEBET>TLES D, HIT, IBMCTOF v ET A MITRHEY < FREIS
ERLCEEL,

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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TEL.06 (6791) 67814k%& 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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aDIJET GmbH (Europe)
Immermann Str.9 40210 Disseldorf, Germany
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823

aDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)

mDIJET INDUSTRIAL CO., LTD. (Chengdu Office)

Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China

Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
uDIJET INDUSTRIAL CO., LTD. (Wuhan Office)

699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,

Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260

mDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

aDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City,
Guangdong Provence 523850, China
Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

{28 —%y bR—LR—T

https://www.dijet.co.jp

Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

mDIJET 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

uDIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, Ml 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395

BAffi# o Y —a—L

HYoF¥a— N 4 Hr¥a—

0120-39-81-39

9:00~12:00, 13:00~17:00 (£ - A - LA ZKL)

ERCER
FAX 06-6793-1230

CHEALDEE TEERRACHEAVEE OIS

JAN

oFBUNGYIHIFZH THEALLBVTLEEL, e RELERPLRITOHIITEFFEALLTNTLESEL,
oY L FORE, BEHEFICLDTAICTERCLES ., X, REBRFOREHN—ZTHEACESL,
. *Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
WARNING: ) : o oo . .
+Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

o TEMAKIE. ABRDI=OHFELLKEET ST EMNHY FET ., Specification shall be changed without notice.
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