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Ouick & Mini

— New generation high feed mill
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= DRE=E S M VL A Roughing application for high feed tool
=&y I DIERI Product type

AHE3mMmEI T TEVWEREIAICKLS
BERUPZBIELI

SKSYU—2X
(BRIEA S —h 51 7)

SKS series
(@p=3mm / high machine power / high rigidity insert)

SKSYU—=X (BRIEA VY —=bT1D)
EiA% -SRIEEEYAYY SIE#EBTS0L EOFHARE

(SKS, MSH)

BEYTAITRE—

SKS GI
(SKG, MSG)

SKSTH R M)—L
09447
(EXSKS)

e

N
SKSTH R FY—L
075847
(EXSKS**07)

\.

o KrE3d— 1tk o B EAO—F{H1E o HE6I—F{1iF o HE61—F {11E

® ap:RA2.5mm ® ap:RA2.5mm ® ap:;RA3mm ® ap:RA2mm

oS YEVINIIIC o StAH =X DEAE e EENYIUL THIHE o[F—4A VY= TV
Bns 5y ] O BT50L EDEH FIEIITICHREG

o Ry wNITICRE o (VY —NEFEHEE [CERE, LEPSan s AG=TES
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) BHYOT(CHRIBHDREDFHMBIIHEHSOT [Tooling by DIUETIE#HhZEZSRIIEE L,

Note) Please see the latest general catalog for the details of the products not included in this leaflet.

HT



// DIJET

=x Ay I DIER! Product type

ABETMMEI T TESANIICKLS
BEEUPZBELI

QMY U—-X
(NB A Y —RI1D)

QM series
(@p=1mm / Multi blades / small-sized insert)

QMYU—=RX (I B —=RILD)

INEZF -SiEESEN) TEBIFSiE:BT30~BT500) =&l T

f QM3 L N ( QMTYIZ 1 [ wwozrwzI—

(MPM, PME, MPT) (MQX, QXP,MQT) (MXG, GMX)
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) BHy O (CHRBHDOREBOFMIFHEEHIDOT [Tooling by DIJETISHhZETSERLIIZE L, CIAgiE
Note) Please see the latest general catalog for the details of the products not included in this leaflet. E:r
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Ouick & Mini

New generation high feed mill

SaE v mu =R A i mayd AV B 2R V2  Finishing application for indexable tool

H L4 Product name

T B 44% Tool dia.

KARE
Holder No.

¥ () ARRA oY — &
() shows insert No.

EPa5—~AY 247
FrEivyo o847
(BHA#)

Modular head / End mill type
(effective No. of flutes)

K724 T
(AZAEK)

Face mill type
(effective No. of flutes)

T B4\ #8 Appearance

S
Mirror Ball $6~ 32
MBX/BNM oN =
(BNM, BNM-SS, BNM-TG) (2N)
BNM-TS
CXvATURSVTR
Mirror Ball radius type insert ¢ 16~ ¢ 30
MBX/BNM (2N) -
(GRM)
35—-5V7R
Mirror Radius p6~ 32
MRX/RNM (2N) -
(RNM, FRM)
QM3 )L
QM Mill
MPM 610~ 632 _
EOHWO0602 * * ZTR ) (2N~8N)
YOHWO0602 * * ZER-12
=SREEMRQMI L
High precision QM Mill d10~ 16
MPT =
ZOMTO0602 * * ZER-PL (2N~4N)
YOHWO0602 * * ZER-12
QMT v I R
QM Max
MQX/QXP P16~ P42 »40~ ¢ 66
PHW1003 * % ZTR ) (2N~7N) (6N~8N)
YPHW1003 * * Z * R- % *,
> P35 |
SRERQMT Y R
High precision QM Max ~
MQT 616~ $35 _
XPH * 1003 % * ZER-R ) (2N~6N)
YPHW1003 * * Z* R-* *
> Po7 |
Ny K57k
Back Draft 20~ ¢ 40 50~ ¢ 80
MDB/DBD ¢(1 N Z)N) d()4N :N)
(B4 08— h)
J4=wiaPzy b
Finish Jet Mill _ 80~ ¢ 250
M (4N)
(&4 09— )
Za—N\YH&IA—RN YA
New Back & Forth Cutter 30~ ¢ 40 50~ ¢ 80
MPF/PFC ¢(2N :N) (?4N :)N)
(B4 09— h)

E) &N

AOJICKBEORKDFEMEIREHN 2 DOY Tooling by DUETI RFHihiE SSBFELY,
Note) Please see the latest general catalog for the details of the products not included in this leaflet.
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NI 8E Type of machining W FR#EIR (PM.K.H) Work materials

XA oY — MEEOHMITERBOZENHIZERE CSBEZEL,
Please see page of cutting condition when selecting insert type.

f#E (HRC) Hardness

{81 1B mE EE JiZ7N ~20 30 40 50 60

Shoulder Slope Bottom Copy

aA—F12% /CBN (88 - #U324)L)
A O A - éoated/CBN (for cast iron)

O O O O—T4 2% /CBN (88 - #U241)L)
Coated / CBN (for cast iron)

© A O© i

@ @ H—Aw k/a—F 4 >4 /CBN
Cermet / Coated / CBN

@ @ A HY—Ay ~/a—F 4245 /CBN
Cermet / Coated / CBN

@ @ HY—Ayr/a—F4 245 /CBN
Cermet / Coated / CBN

@ Y—Ayr/a—F«
Cermet / Coated

@ CBN/a—F 44
CBN / Coated

) HH20JICKBHOEROEMETBENZ 0O [Mooling by DIET) RFikRZE ZSBIEE L,
Note) Please see the latest general catalog for the details of the products not included in this leaflet. i E:'
B a2
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New generation high feed mill
) ’ y

EP 25—~y FERALOFE=E EUET

A ETS215—~yFRYHFITEDEE Attention to mounting head and MSN/ MGN shank holder.

ED2T—AYREDHMITFIE Tightening procedure

0 ;&¥® Cleaning

EDAT—AYR, FUBES YT [BE—H] (L LUERF—I v 29 F7—/\ [FEEG-Bodyl ) O#fEE%ET7—IZT
BRI,
Remove dirt and chips with air from the connecting thread and face of modular head and MSN/MGN shank holder.

@) {R#E® Initial Tightening

FHOICT, EVaF—AY FIREEA—WVBES v 77—/ [EE—#] (L LKERF—ILP vy 7—/\ [FEEG-Bodyl ) il
HEHETRMOLTILZEL,
Tighten by hand until the head and the shank holder faces touch.

@) A4 F T ¥ % Final Tightening

FLY 32 bE—ILRIFTHLLLIFERAR/NS (DSHA4T) IST HEMLIETH > Y LEEBRSEARTHH LTSN,
IREA NS E RS,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

GE) RFOETICIHEICHEENHHIREBTERMDT 5. RLBEYBRKT SEREAHY ET,

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

s N
A sxE=E BLIAR A =@ W(mm)
Thread Tightening Torque Spanner size
1. ANFIE ML avy rO—LRF, L LIEERR/SF (DSEA M6 8.0N'm 8%, 10
D) R THERACIEEN UTMLYEEZSEEZSWD) M8 16N-m 12"
2 = 5 M10 16N-m 14, 15
g Z ) i = ’
2. RNNFIE, O FAMICHD o Y EEESBTARIBHZE 0, M12 20N-m 17,19
3. EVaAT—AY REF—VBED Y 77— [HBE-#] (L M16 25N-m 22,26
CFRF—=IT vy 7—i\ [EEG-Body] ) DIFEEHEESE B 1 RAFEEC25—~Ay FRKCRHELTEY ELA. BBHSROEEL,
3RS A Fr N = ¢ 42 2. b7 AV FA—LANRFTEEORIE, ED25—~Y FOZER (WK S&T
T, BAS G EERRBIES L, CHEERTTRECEEL (BEV25—~y FTEEA—USH) ,
(RNRNFIZE > TREAMEENBELLEHHFENHYET, )
Note) 1. Only use the torque control spanner wrench or 3 EHEW=B4 L < (212 (AEIBHE) BT a5y fleoE L Th.
DIJET DS type spanner wrench. HAR/AFDS-84 L < 140125 CABLTHY £T.
2. Please gently apply pressure on wrench. Note) 1. Modular heads are supplied without spanner wrench.
3. Please confirm that there is no gap between MSN/MGN 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.
shank holder and modular head. (There are some cases that modifying the thickness of spanner wrench is necessary)
L 3. % mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

A TEE—B (E225—~y FRAFT—IVBES v+ - 7—1N) EEBDEE Selection of "MSN Carbide shank holder"

NEQIGEDED 25—~y FEFHEATHIHEEF. NMELYImMmUEEEOMUOEE—HEEE LTI,
YL FTONAHRAAIZEY , FEE—HL BT SBENHY FT,
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 T:EE
T )7 S5 R0.5mmEL EHE
4 2. L
2 W O \ Clearance necessary
more than 0.5mm

MSN carbide shank
neck diameter

PULTERETS=D. V-5 . IT7T0—D
ERZEHELEY,

Coolant or air blow is recommended to flushing the chips.

EDVAT—AYFROIE: ¢Dc
Modular head tool diameter

ABREEHRILITADOEY 4 +BD;EE  Caution for the mounting to shrink fit holder.

F—IVBE Yy O T7—/N [BE—H#] EED15—AY FERTEORLITEATIRE. EPa5—~Av FEETLT. [
BE—#] OAaEHEEHLTRYMHFTIEEN. Ay FORYFHIE, BEEHRITIT>TIEELY,

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.

E) AV RERITEFEERSEDETIE. AY RS U — bR TIISCEBZZERHYET,
Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.




ﬂd‘ i New generation high feed mill

Features

LREEIE GBT0D/INEIT S = LS U B IS b .
Low cutting «Adopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts,
force QM MILL achieved high speed and high efficient machining.
*Possible to use by low power and compact machines such as BT30.

MEER INBU A U — MERT. AEBRUNSR/NMED10T2HHA. ¢ 32THHAD L A1k,
Multi blades

e Multi blades specification: 10 mm dia. for 2N and 32 mm dia. for 8N.
specification

EEID Y — RMRICENT-F—ILEBES v 07—/ [HEE—#] EOfAELEICLY,

gl VUYL, BEEEMI LA Y — FORFM{LEER,
Vibration
free

“QM-MILL” MPM type can be possible high efficient machining and longer tool life, due to control the vibration by
the combination of MSN carbide shank holder.

ZALERO-HmEE Y AT EE

{EEHA A Y — b Insert with low cutting forces BT oY EF RS 2 ¥ %=L R0/ dEEF 5]
Multi blades specification even if small inserts achieved
maximum feed speed Vf=10m/min on general steel.

L FTiTRAnng

-*1"'['['['['[ |

EEIFIZETHRIETE 2BRERARE

Highly accurate G-Body can correspond

sz R Gk ¢ A TR
=] from high feed to finishing.

Adopted high rigid G-Body.

A Y —F/N1)T—2 32 Inserts variation
RILIHNEFTE, 1ATEEY + FHIY MIAFEE !

B 1% Y F High feed insert BiE Y BAHEiRIERZ High feed insert for unfavorable condition

e as

EOMTO0602...ZER (= —7+ R1.0,2.0) EOMWO060210ZER

$HRHAY A EEEMAN— A 89— t!lﬁ Emt A

Shoulder milling insert for steel High hardened steel ESST—A Y —F

- a “MIRROR INSERT" for finishing side & bottom face

ZOMT0602...ZER-PL(2—+ R0.2,04,08) | EOHWO0602...ZTR(2—7% R1.0,2.0) YOHW0602...ZER-12

B DIRIEMIKER LIEERATRA 49— FESAAKRTIEY A BV TEEE - BREEMIZER,

A4 oY— MHEICE, ARAMAE. —RENSEEEM. FEUEE - MRASSFOHHME TRHICHTEELPVDI—T 1 VT ##E
(JC8118) & & VMt IHIICHRBEPVDIA—T « L J #7E (JC8050) . MIREHEOMMFEEARDOSNSMIICH L., LY—BD

RFEMILEERTLHPVDI—T « VI MEC, FEUEE - MASEFTOHHMMIICKRBELHPVDI—T « > J#1E (DS150) .

(DS118) &54>vF v, £, AlE - EEAELEFADI S —A VY — FYOHWRES A Vv T L, 1 28— Y I—2 3 U0

Adopted PVD coated grade “JC8118” possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy,

tough grade “JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance & impact strength and tool life.
And, new coated grade “DS150” "DS118” for machining difficult-to-cut materials such as Ti-alloy and heat-resistant alloys.

And available now “MIRROR INSERT” YOHW type for finishing side & bottom face.




ﬂd‘ S New generation high feed mill
— M I

5 =TLE3: 28 Cutting performance

Cutting force comparison

#El#F Material : S50C C50, 1049
YIHI g4 Cutting conditions : Dc=16mm, Vc=120m/min, ap=0.3mm, 8e=9mm, Down Cut

1500

1000

o
o
o

LIHIES (N)
Cutting resistance

0 . o
QM= )L MPM#z A%t CAMEJLE R,
QM MILL MPM type| ~ Competitor A CRYIEALYKEN
XGEYSH) I. PMore qhatterirﬁ\g \
[ [ o I,
o Feed force ~2AY LY ||v|' || 1 ||'|\I|jﬁ i |',||’ C
t| | Y
m Y(ESD) 660 1020 SRR
Main force o ;o |
=L..% o Jo Ly Lga “ . W‘U Ld,. [
0 ZER ) 500 730
Back force
ah QM =)L MPM#Z QM MILL MPM type A%t Competitor A
;esultant force 928 e f=5.2mm/rev f=5.2mm/rev

Cutting force comparison

#RH|#4 Material : S50C C50, 1049

A Cutting conditions : De=16mm, Ve=120m/min, 8p=0.3mm, 8e=9mm, Down Cut (E,‘f U T .6 UUU ;;t L)

OXGEYsnn) WY Ean) Oz@EsH) O&H

1500 Feed force Main force Back force Resultant force
(N) |GM =)L MPM#Z A#t
QM MILL MPM type Competitor A - M [ . Lo
1200 . | QML EHR,
_ o RYUEAKYKEN
M M More chattering C
900 .
M i - ;
. e
600 | . \ / I I I i.| !
i T R
nol IR 'I|" o
_ p . 1 Al
||II.‘.|i.'I ||i l.']||_'i||, I! ..| l'ri|
300 ] L] I|-”"' i - \u. il.,l |||' i||
P ! ) EENE I
; :'I ] !
0 L L Ll L Ll L L L Ll L
17328 27828 3/\RE 4/3RB 5/3RB  1/8RB 2/8XH 3/3RE #5XH 5/\XH
1'stpath 2'nd path 3'rd path 4'thpath 5'thpath  1'stpath 2'nd path 3'rd path 4'th path 5'th path
QM S JUIE3NR LI FUIHHER I E LS L QMS )L MPMF : 5,52 B At : 5/8%H
Cutting forces of QM mill is kept constant since 3rd path. QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path

YUY FEE (f=4.0mm/rev) Chipshape

1/XXH 2SR H 3/XRH 4XRH 5/X2XH
1'st path 2'nd path 3'rd path 4'th path 5'th path

§5CC §ICE

T AR

QM= )L MPMiZ
QM MILL MPM type

17 T
(4§ 1178

LLARENATS

AMZ JLIFTIY < THEHAR L—X T, UIHIEADOFE £ 4751, Chips by QM mill show smooth cut and less heat generation.




MPMLAMS L EOXIS VYRS Modular head MPM type

// DIJET

TYPE 9 —352 k74$E Through coolant hole

G-Body,

£y

@=:£YHA For high feed milling
o

‘ _ |
FEY Ry ML BHIY - i:1D) fhENT

Cc o
S| MD
- /
. 8 1HE
° THE
| Irreddagd " RE1~RE2 B o
— UL @FHIYA For shoulder milling
c -3
_E MD
(‘ﬁ
g AT
S 7 e
5 T
RE0.2~REO0.8
<F % (mm) Dimensions SRS A UH— k 8 Parts
i i 95 FRLILUF (BI5)
fz & HE| A Applicable inserts Clajm/p screergnch(ﬁS}u%e::)
Cat. No. stock | No-o | D | Lf | ¢Db| MD | C | W
obarn | & L
MPM-2010-M6 ([ 2 10 18 9.5 | M6 6.5 8
MPM-2011-M6 ([ 2 11 18 9.7 | M6 6.5 8
MPM-3012-M6 (] 3 12 20 | 11.2| M6 6.5 8
MPM-3013-M6 [ 3 13 20 | 11.5| M6 6.5 8
MPM-3015-M8 (] 3 15 23 |14 M8 8 12
MPM-4016-M8 o 4 16 23 | 15 M8 8 12 |Eo* *%0602% % Z%R
MPM-4017-M8 (] 4 17 23 | 15 M8 8 12 |ZOMTO0602 * * ZER-* * | DSW-1840H A-06
MPM-4018-M8 | @ | 4 | 18 | 23 |15 | M8 | 8 | 12 [YOHWOB02* *ZER-12
MPM-5020-M10 | @ 5 20 30 |19 M10 | 9 14
MPM-5021-M10 | @ 5 21 30 [19 M10 | 9 14
MPM-6025-M12 | @ 6 25 35 [23.6 | M12 | 10 17
MPM-7030-M16 | @ 7 30 43 | 29 M16 | 12 22
MPM-8032-M16 | @ 8 32 43 | 29 M16 | 12 22

) 1. RILFICA DY — MMIMARATHY EFB A, BIESRHIEZEL, F—J\ Atbor 1| 544 Cutting conditions
2. EDaAT—A~y FOHRRTIT MLYFP.5ZETSEBILZELN,
(M6, M8H o XICIEEMR/NF (DSH A T) DERAEHELES, ) 75;:3&%& BRILY (N - m)
3. 019F2ABER LY. LUFHEVUI S T LHESHEMHES ML) EAKICHEOEZLEEA (B3 . DSWoA 840 oq
BlEHRDHIZELN,
Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque.
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.)
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
OEHR/NF (M6. M8F)
RAINFHE RLHAX | #EftHbLY —mEE W E# Re
Cat. No. Thread Tightening torque | Spanner size Thickness Total length
DS-8 M6 8.0N'm 8 4 85
DS-12 M8 16N-m 12 4 93

¥ a— b LR THOBEEHLELET,

* DS type spanner wrench prevented over-tightening, due to short handle specification.

@ . A—H—7[ERH Standard stock items

© @ EBTEES Soon to be stocked

O ! HEEAL Y REFEFE Soon to be deleted




Ouick & Mini

New generation high feed mill
YM N

MPT EEEROMIIL EPa5—AyF Modular head MPT type
—

AL

FEHY

BHIY

QM ENICH L. RTF1 NSV R%ZRE L,

s QM Y YU RICLENR, ZBHALKRICKDBEERMIHATEE,

* YRT—A VY= ICKDBERMENEFEZE 0 ~ -0.03 ZRIR @WELLIFO YOHW + >4 — MERE),
 —MEHSTUN—R VI, BRANGE., &k, 27> L il EBEVEEIR ST,

- i@, KEETELFMIICTHRZREE.,

c, B MD
S /_
. 1931 a A= —H=tt—=—
i () ¢ AT
g
Lf |
RE0.2~RE0.8 !
st 3% (mm) Dimensions SRS Y — k — xﬁghfl/fa;s(ﬁ“t)
) . 5 Mz 5t
B & TERE| Ak A EONERL) Clamp screw|Wrench (Y32 )
No. of
Cat. No. Stock inserts ¢Dc| Lf | #Db| MD C w : /S
! &
MPT-2010A00-M6 | @ 2 10 18 9.5 | M6 6.5 8
MPT-2011A00-M6 | @ 2 1 18 9.7 | M6 6.5 8
ZOMT0602 * * ZER-PL
- - . . DSW-1840H A-06
MPT-3012A00-M6 | @ 3 12 20 [11.2| M6 6.5 8 N OHWOR02 % & ZER 42
MPT-3013A00-M6 | ® 3 13 20 | 11.5| M6 6.5 8
MPT-4016A00-M8 | ® 4 16 23 |15 M8 8 12
) 1L RALAICA DY — FMIMARATHY FB A, BIEBRHIEZSL, F—I\ Arbor Y144 Cuting conditions
2. EDaT—A~y FOHERMTIT MLYEP.5E TSR,
(M6, M8H o RIZITHRAR/NF (DSEAT) ODERAFHELES, ) 75;7‘»31;#;3 LY N - m)
3. HAAHA Y — FRY T HEOTERIEFEED . 1 Y — MEEOREERHES, Dswsson | o4

EBREMENICTEADSS. TEZAEDS AEANEC CEEHELET,

Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque.
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.)
3. When installing a built-in insert, the tool diameter is affected by the accuracy of the insert as well as the accuracy of the tool itself.
If you are using the tool for high-precision finishing, we recommend that you measure the tool diameter before use.

SERAR/NNF (M6, M8AD)

ANTHE RLHAX | & ALY —mhE W E# &

Cat. No. Thread Tightening torque | Spanner size Thickness Total length
% DS-8 M6 8.0N'm 8 4 85
DS-12 M8 16.0N-m 12 4 93

Ha— b FLERTHOBEEHLELES,
* DS type spanner wrench prevented over-tightening, due to short handle specification.

9 [ ® . A—H—F#EH Standard stock items © : JEB#EEM Soon to be stocked O TEEALEL Y RERESE Soon to be deleted
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@

mPMER, PME type (Zmei vt icauiee el

o=i%(YM For high feed milling

PME |[:¥>954555142 WEALIUIETL

TYPE

iEHI Y

|

|

|

|
@®Ds

RE1~RE2 22 s

o/BHIYA  For shoulder milling

®Dc
|
%r\ >F

o
|
B
‘\

:
|

!
®Ds

22 £s
REO.2 ~REO0.8 L
mPME-LS# PME-LS type
o=iXYR For high feed milling
3
)
o o0
_ _ | _ _ _ _ _ a
%Jg 2 SL
RE1~RE2 22 2s
L
o/FHIYA For shoulder milling
a
9
w [72]
j&]
] _ _ | _ _ _ _ _ o
Sl =
REO0.2~REO0.8 22 s
L
st & (mm) Dimensions WA U5 — k IR L Parts
—TUN i i 95 TRLILYF BIH)
2L T e & TEE| I I AETITEE(ED TSEriE Clamp screw|Wrench(Y42%,)

No. of
Type Cat. No. Stock|NO: L Ccr:gllznt ¢Dc| L2/ Ls| L ¢D1@Ds fo©\< ; g O; ; 5 & /§

2 | ®Y 110 20/60| 80| 9.3 | 10

LE5 PME2010S10 o With
%47 | PME3012512 o | 3 [®Y 1122060 80/11.2 | 12
Regular With
t
¢ |pME3O14s12 | @ | 3 | ®Y 114 20 60| 801315 12 |EO* ¥0602% #Z*R
. ZOMTO0602 * * ZER- * * | DSW-1840H A-06
oy 4 | PME2011S10-LS | @ | 2 | Bl |11 /33 87 120103 | 10 |yoHWos02* ZER-12
Y 2L
54~ | PME3013S12-LS | ® | 3 W‘;hout 1313981 120(12.2 | 12
Long shank =
tyre | PME3014S12-LS | ® | 3 W‘;hht 14 142 |78 |120(13.15| 12
E) 1RSI VY — FEHAARAATHY E A, BIRERHEEL,
2. 2019 2ABER &Y. LYFELUVI S TR UHRESAEHER (MOLY) FAKIHEL-LEEA (BIFE) _
BIEERD CFEEL, I IR E R N
Note) 1. All cutters are supplied without inserts. DSW-1840H 0.4

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

[ ® : A—H—7EEH Standard stock items © : JEB7EES Soon to be stocked O : EEMNGELLEYREREF Soon to be deleted ] @



Ouick & Mini

New generation high feed mill

e)r

MPM/PME] ssr-r+—r WIEAE
TYPE
=% YA SEEMAN—FS 89—+
High feed insert (EOMTO0602 * * ZER) High hardened steel (EOHWO0602 * * ZTR)

e
a

m=E Y AR sERIER =L UFE‘ .
High feed insert for unfavorable condition (EOMW060210ZER) Shoulder milling insert for steel (ZOMT0602 * * ZER-PL)

/\’AN

O 22~24~—) @ DIETHSTN 25~—> )@

- S T / (\\—ﬂ N ——
g,:;;\AN B e - /N}AN

o
S .
\Q / L 26~28~—>) @

. Em - AimtEFAIS—a oy —+
| S
RLE T 20~21~—> ) @ “MIRROR INSERT for finishing side & bottom face

(JC7560)k A (YOHWO0602 * * ZER-12)

CLET T 20~34~—5) @)

24T e & R PVDa—F « >% PVD coated ~T % (mm) Dimensions
Type Cat. No. Tolerance) j-8118|DH102|JC7560 JC8015 JC8050| DS118|DS150 | L | S | W | RE | AN
=Y EOMT060210ZER M () () ) () ® (65 1(25(4.3/1.0/13°
High feed insert  1EOMT060220ZER | M | @ ° ° ® |65 25/4.3/2.0/13°
B Y AR ReR
High feed insert for |EOMWO060210ZER | M () () () 6.5 25/4.3/1.0[13°
unfavorable condition
EEEMA EOHWO060210ZTR H ([ ) o 6.5 25(43/1.0[13°
N—RA H— -
High hardened steel |EOHW060220ZTR H [ ] [ ] 6.5 2.5(4.3/2.0 13
sEu Y ZOMT060202ZER-PL | M (] () 6.6212.74.3/0.2 | 13
Should?r millinlg insert| 7OMT060204ZER-PL | M ® Y 6.6212.714.3/0.4 | 13°
or stee
ZOMT060208ZER-PL | M L J () 6.6212.7 14.3/0.8| 13°
BIF - E@HLHFE|YOHW060203ZER-12| H [ J o 6.5 26(4.3/0.3|13°
S5—fUHy—t E
‘MIRROR INSERT" for YOHWO060205ZER-12| H ) () 6.5 |26/4.3/05|13
finishing side & bottom facel y OH\W060208ZER-12| H ) ) 6.5 26(4.3/0.8|13°

147 —X10fAYTY, 10inserts per case.

m [ ® : A—H—FES Standard stock items © : EAFEER Soon to be stocked O : EEAZELHYREREE Soon to be deleted



// DIJET

QM= IJLAA VY — FDOFERI<—2 12DV T Discrimination of grade for MPM / PME insert

MIE@—T420) TEITA Y —EROEDYDY—INELBYFET, CHEADRIZTHERIFEEL,
Each grade shows different mark around the hole for fool proof.

JC8118/DS118 JC8050/JC7560./DS150

HAl~—o
Discrimination
mark

T %% 4H— MAGNETISER

c RS AN—RIFHMEARKICE LAH B RS T T HEICER / RENTAES
cRIAN—FHMEWILT HS LT A V9 — PR TROEREERST Y TLES,
XHKISEYHBERTIRBOMETEIEALEVTIEEN,

oMagnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the
Magnetizer + and rubbing lightly.
> The work efficiency when insert is setting by magnetizing the tip of wrench improves.

X Please do not use it in the vicinity of the equipment to be influenced with magnetism.

2 & Cat No. fEE Stock
MAGNETISER Y 15—Z2 1EAYTY.

1 piece per case.




MSN

Ouick & Mini

New generation high feed mill

e,

THE— M (ED15—~y FRA VBB v 5 7—/3)
T BEZE AT A For high productivity

MSN Carbide shank holder

B~

} y

. _ , dD2: V-5 bRE

Fig. 1 % ¢D2: U —3 > Fj#E Coolant hole dia. Fig.2 % Cooiant hols dia.
S[IIL—W R R E{ g[l:ll—'l“ 7 1 g

91 - | 0 on°t
L
IURS )L+ 3 4 End mil shank type

W E — st j&(mm) Dimensions EEKD) |f,

Cat. No. Stock é Ds 01 L ® D1 On° MD #D2 Weight ’
MSN-M6-12-S10C { 10 12 60 9.7 - 0.06 1
MSN-M6-30-S10C ( 10 30 80 9.7 = 0.07 1
MSN-M6-50-S10C ( 10 50 100 9.7 - 0.09 1
MSN-M6-80-S10C ( 10 80 130 9.7 = 0.12 1
@ MSN-M6-120-S10C ( 10 120 170 9.7 - 0.16 1
@ MSN-M6-170-S10C X 10 170 220 9.7 = 0.2 1
MSN-M6-35T-S12C ( 12 35 92 9.5 1°30° 0.12 2
MSN-M6-57T-S12C { 12 57 114 9.5 1° 0.14 2
MSN-M6-15-S12C { 12 15 60 11.5 - 0.08 1
MSN-M6-30-S12C ( 12 30 80 11.5 = M6 3 0.11 1
MSN-M6-50-S12C { 12 50 100 11.5 - 0.13 1
MSN-M6-80-S12C { 12 80 130 11.5 = 0.18 1
@ MSN-M6-120-S12C ( 12 120 170 115 - 0.23 1
@ MSN-M6-170-S12C D 12 170 220 11.5 = 0.3 1
MSN-M6-65T-S16C { 16 65 125 11.2 1°45' 0.28 2
MSN-M6-15-S16C { 16 15 60 13.5 = 0.15 1
MSN-M6-30-S16C { 16 30 80 13.5 - 0.19 1
MSN-M6-50-S16C { 16 50 100 13.5 = 0.23 1
MSN-M6-80-S16C { 16 80 130 13.5 - 0.28 1
MSN-M8-20-S16C { 16 20 75 15.5 = 0.17 1
MSN-M8-40-S16C { 16 40 95 15.5 - 0.22 1
MSN-M8-80-S16C ( 16 80 135 15.5 = 0.32 1
MSN-M8-120-S16C ( 16 120 175 15.5 - M8 4 0.42 1
MSN-M8-152-S16C ( 16 152 207 15.5 = 0.51 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' 0.49 2

) EVaT—AY FOHRMM T RILYIEP. 5% T8 < 2 & 1), Note) Please see page 5 for recommended tightening torque.

®

® : A—H—7EE& Standard stock items

© : EA7EEM Soon to be stocked O :

FEEMNE LAY REEE  Soon to be deleted




MSN

TYPE

A L—KF—/332 A 7 Straight arbor type

TAE—B(EC15—~y FRAA—LBEL Y9 F—/\)
9 —5> k& Through coolanthole M S #EZEANT A For high productivity

// DIJET

MSN Carbide shank holder

B~

~F & (mm) Dimensions

e & TE E= (kg) Fig.
Cat. No. Stock ®Ds 01 L ¢ D1 On° MD ¢ D2 Weight
MSN-M10-20-S20C ] 20 20 80 19.5 - 0.29 1
MSN-M10-40-S20C () 20 40 100 19.5 - 0.39 1
MSN-M10-70-S20C ° 20 70 130 19.5 - 0.5 1
MSN-M10-90-S20C o 20 90 150 19.5 - 0.6 1
MSN-M10-140-S20C ° 20 140 200 19.5 - 0.8 1
MSN-M10-160-S20C () 20 160 220 19.5 = M10 4 0.87 1
MSN-M10-210-S20C o 20 210 270 19.5 - 1.07 1
MSN-M10-40T-S20C () 20 40 100 18.5 0°43’ 0.39 2
MSN-M10-90T-S20C ® 20 90 150 18.5 0°19’ 0.58 2
MSN-M10-140T-S20C| @ 20 140 200 18.5 0°12' 0.77 2
MSN-M10-85T-S25C () 25 85 161 18.5 2° 0.9 2
MSN-M12-25-S25C () 25 25 90 24 - 0.53 1
MSN-M12-55-S25C () 25 55 120 24 - 0.72 1
MSN-M12-70-S25C () 25 70 135 24 - 0.81 1
MSN-M12-105-S25C () 25 105 170 24 - 1.03 1
MSN-M12-135-S25C () 25 135 215 24 - M12 6 1.3 1
MSN-M12-155-S25C () 25 155 220 24 - 1.34 1
MSN-M12-200-S25C () 25 200 265 24 - 1.58 1
@MSN-M12-255-S25C ° 25 255 320 24 - 1.91 1
MSN-M12-100T-S32C| @ 32 100 180 23.5 2° 1.61 2
MSN-M16-25-S32C ° 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 () 32 97 177 29 - 1.64 1
MSN-M16-105-S32C ° 32 105 170 29 - 1.59 1
MSN-M16-127-S32C () 32 127 207 29 - 1.89 1
MSN-M16-155-S32C () 32 155 220 29 - 2.04 1
MSN-M16-177-S32C () 32 177 257 29 - 2.32 1
MSN-M16-195-S32C ° 32 195 260 29 - M16 8 2.4 1
MSN-M16-225-S32C () 32 225 290 29 - 2.57 1
MSN-M16-245-S32C () 32 245 310 29 - 2.74 1
MSN-M16-295-S32C ° 32 295 360 29 - 3.17 1
@MSN-M16-315-S32C () 32 315 380 29 - 3.34 1
MSN-M16-117T-S32C| @ 32 117 197 29 0°38’ 1.88 2
MSN-M16-127T-S32C| @ 32 127 207 29 0°30’ 2.23 2
MSN-M16-177T-S32C| @ 32 177 257 29 0°23' 2.78 2
MSN-M16-197T-S32C| @ 32 197 277 29 0°23' 3 2

F) EVaAT—AY FOHEMST T FILYIFPSECSEREIEZEL,

Note) Please see page 5 for recommended tightening torque.

® : A—H—7EES Standard stock items

© : ERFEES Soon to be stocked

O : HEALEHYREREE Soon to be deleted
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Ouick & Mini

New generation high feed mill

e,

-1 1 et ) (6 =002 i SN N == P - R B 289 MSN Carbide shank holder

49— k& Through coolant hole M S #EZEANT A For high productivity . )
1 o
% ¢D2: 7 —5 2 F7#E Coolant hole dia.
“of
l:lt LY - = — — — — 4', 'ZJ
R B ﬂ a
| 1 |

A kL—7—/\32 A 7 Straight arbor type

B oE I I ;% (mm) Dimensions 28 (ko)
Cat. No. Stock ®Ds L MD ¢ D2 Weight
MSN-M6-67S-S9.8C [ 08 67 0.06
MSN-M6-107S-S9.8C [ 107 0.1
MSN-M6-82S-S10C [ 82 0.08
MSN-M6-122S-S10C ® 0 122 0.12
@ MSN-M6-167S-S10C o 167 0.16
@ MSN-M6-220S-S10C S 220 V6 3 0.21
MSN-M6-80S-S11.8C ® 118 80 0.11
MSN-M6-120S-S11.8C o 120 0.17
MSN-M6-90S-S12C [ 90 0.13
MSN-M6-130S-S12C ® 1 130 0.19
@ MSN-M6-170S-S12C o 170 0.25
@ MSN-M6-220S-S12C X 220 0.32
MSN-M8-87S-S14C o 14 87 0.16
MSN-M8-137S-S14C o 137 0.26
MSN-M8-97S-S15C [ 97 0.21
MSN-M8-147S-S15C ® 5 147 0.33
MSN-M8-197S-S15C o 197 M8 4 0.44
@ MSN-M8-217S-S15C [ 217 0.49
MSN-M8-107S-S16C o 107 0.27
MSN-M8-157S-S16C [ 16 157 0.4
@ MSN-M8-220S-S16C [ 220 0.57

) EDaT—AY FOHRBM T LILYIEP5E TSB <21, Note) Please see page 5 for recommended tightening torque.

@ [ ® : A—H—7EES Standard stock items © : EBFEES Soon to be stocked O : EEME LAY REREE Soon to be deleted
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MSN Carbide shank holder

AE

TAE—B(EC15—~y FRAA—LBES Y9 7—/\)
9 —5> k& Through coolanthole M S #EZEANT A For high productivity

@D2: 7 —5 2 F7R#E Coolant hole dia.

A RL—KF7—/\3 A 7 Straight arbor type

B & HE I % (mm) Dimensions E%(kg)
Cat. No. Stock ¢Ds L MD ¢ D2 Weight
MSN-M10-130S-S18C [ 130 0.42
MSN-M10-190S-S18C [ 18 190 0.62
MSN-M10-240S-S18C ] 240 0.89
@ MSN-M10-270S-S18C [ 270 V10 A 0.9
MSN-M10-130S-S20C ] 130 0.53
MSN-M10-190S-S20C [ 20 190 0.78
MSN-M10-250S-S20C (] 250 1.02
@ MSN-M10-270S-S20C ] 270 1.13
MSN-M12-185S-S23C ] 03 185 0.98
MSN-M12-265S-S23C ] 265 1.42
MSN-M12-185S-S24C [ 04 185 1.07
MSN-M12-265S-S24C ] 265 V12 6 1.54
MSN-M12-145S-S25C [ 145 0.91
MSN-M12-215S-S25C [ - 215 1.36
MSN-M12-285S-S25C ] 285 1.8
@ MSN-M12-320S-S25C [ 320 2.06
MSN-M16-160S-S28C ] 160 1.22
MSN-M16-230S-S28C [ - 230 1.77
MSN-M16-310S-S28C [ 310 2.41
@ MSN-M16-380S-S28C ] 380 2.97
MSN-M16-157S-S32C [ 157 M16 8 1.61
MSN-M16-217S-S32C [ 217 2.22
MSN-M16-287S-S32C ] 32 287 2.94
MSN-M16-357S-S32C [ 357 3.66
@ MSN-M16-380S-S32C ] 380 3.98

F) EVaAS—AY FOHEHMHT FILIIZPSECSELESL,

Note) Please see page 5 for recommended tightening torque.

® : A—H—7EES Standard stock items

© : ERFEES Soon to be stocked

O : HEALEHYREREE Soon to be deleted




Ouick & Mini

New generation high feed mill

Lo}

TEE G-Body(EXa5—~yFARF—ILL Yo F7—IN) MGN G-Body steel shank holder
) BRI OTAMI BN HG-Body e a— k&4 T
I G BOUYA ot LESAROMTOEMTEOY Y < FHH 41 & BRI
AR MNRTF—T D RIZHLEN=TEEG-Body (RF—ILI ¥ 2y) #HEVELET,

+Adopted ultra-rigid and improved body durability "G-Body". -Short type
- Cost-effective and high strength steel shank holder.

¢D2: 7 —ZF > k7R  Coolant hole dia.

R
s

£ |
L
IR w34 7 End mil shank type

W OE - I & (mm) Dimensions 8 (ko)

Cat. No. Stock ®Ds D1 L @ D1 On° MD ® D2 Weight
MGN-M8-17-S16 [ 16 17 97 15.5 - M8 4 0.13
MGN-M10-30-S20 [ ] 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 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 [ ] 32 37 107 29 - M16 6 0.56
MGN-M16-77-S32 [ 32 77 157 29 = M16 6 0.83

) QME LB LUTQMT v Y R EFEEIG-BodyfiA S H B EFDUIAIGEH L. P22~34, P51~96DIZEYEIFHREZZDFFEACIZEL,
Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 2234, page 51—-96).

it Btk (BN TSRS+ REOGNLIEEIZ &Y REFEI65HRCLL EESEEN DRERITRERIME T, AMAM A
BLUIEFGEHERMAREI0%LU LT YT, BEAMIEHICEBAETRIELET,

EBIT YLK TDRE. HEOREENFETIHRLHYET,

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, com-
pared with competitor's tool. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and

RBRES Y ) — KB T7—/\ [BTIHSK v 29 44 TF] [E2b6h5
Adopted GN surfacePlease scan the below QR code for the other arbor
(MSA type intergrated carbide shank)

m [ e . A—H—FEE Standard stock items © : JEE7EE Soon to be stocked o EEMNGELAYREREE Soon to be deleted




jime=7 M Cutting data for "QM MILL"

// DIJET

1.V y FIEALDTALL (GRMNI)

Replacement from solid carbide tool to MPM in roughing.

3= LEE Overhung length :

70mm

#£ 2 Result

VYy FIENCOUEZICEIHSITEIX MR,
MIRENDA . MIFRIE 90 (min) .

EMI K200 (m) F=FR.

MPM reduced the tool cost & the vibration when
machining. Achieved 1.5 hours in machining time and
200m in cutting length.

% # Partname | E£—J/L K Mold
H
hn <
I o | # Al # Material NAK80 P21
=
i
L & Hardness 40HRC
& i #F  Tool No. MPM-3012-M6
Bo MSN-M6-50-S12C
T o
= F | fo¥—FBE  InsertNo. EOMT060210ZER
) f# CGrade JCs118
[ #x = E _ e ;
ol E E n, (Ve) Nn=3,000min"', Vc=110m/min
—
fé‘ ) & E VT, (f) V{=4,500mm/min, f=1.5mm/rev
®= Y =
(72}
c
il
% = Ap(mm) 0.3mm
5
o
* g de(mm) 6mm
5
O
9 —3 Yk Coolant I7—J0O— Airblow
F A# M Machine IIFMC Vertical MC

2. SKD61DOMIFEER L (ELIFI)

Improved machining accuracy in finishing on 1.2344.

ZH LK S Overhung length : 50mm

#£8 Result

RERMBA o —rDAYZITH L, MITEEEE
mEL. &IEOHHEIFRHERE.

Improved seat surface accuracy and shorten grinding
time in next process compared with conventional cutter
of M class inserts.

4 # Partname | E—JL K Mold
1
o < .
I o | # Al # Material SKD61 1.2344
=
#
HE & Hardness 50~52HRC
& # %  Tool No. MPM-2010-M6
BH5 MSN-M6-30-S10C
T (o]
= F 1l 4o%—IBE InsertNo. | YOHWO0B0208ZER-12
# & Grade DH102
[ &5 & E _ e i
) M & n, (Ve) Nn=2,550min"', Vc=80m/min
—_—
;.é ) & E Vi, (f) Vf=1,000mm/min, f=0.4mm/rev
® Y =
(72}
c
o
% = Ap(mm) 0.05mm
5
o
14"5 de(mm) 5mm
5
O
9 —3 Yk Coolant SHTELIEHR Oil coolant
& A # WM  Machine IIHMC Vertical MC




Quick & Mini

New generation high feed mill

TO5SLMER EDO—FHIRESE Definition of corner shape for programming

(mm)
BLAHE JBYg 5L 3—FR BLAHE HIVELE
Over Cut Corner radius for programming Over Cut Remains
R1.0 (EXK standard) 0 0.17
JO55 4 a—$R %/ R1.5 0.09 0.08
Corner radius for programming a R2.0 0.30 0
@
ég- ) 70495 L0—FRER2ACKET HI5E(E.
BYELE - = 3—7FR24 ¥ — (EOMT060220ZER% L < [KEOHWO060220ZTR) %
Remains FERATIISGELREEFIFETT .
< W=1.7 Note) In case of setting corner radius for programming to R2, recommend to use

corner radius R2 type insert (EOMT060220ZER or EOHW060220ZTR).

EO % %2 IE3HMA VY —MBF23T707 74 ILIMIEOTEEIE

Attention for profile milling with EO * * -type inserts

oV— LINADNEHFE

V- )LIARDEEAMAIEHEIVH Y b
125 EIREFEIVICLTLLEEL,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

ANYNILMITFEEZRD=HIZIE
WEIMICRE SN I~nZEBRY ) %
RERMIARATRYBRCBESHY TS,
To obtain a flat bottom surface when helical milling,
it requires to remove “the uncut part” in the center of the
work material at a final pass.

SVEVSMI Ramping AJAJUINTI Helical interpolation Calculation of tool pass dia.
] 20n ¢dc = ¢pDnh- ¢ Dc
= j /////’“ Y—LISRE RiE TaE
Tool pass dia. Bore dia. Tool dia.
° | o— AL Y DYNAHRE A RKEAA
o - h FEApFMALVOESITLTLEELY,
o5 / | \ Depth of cut per one circuit should not exceed
[ah o e — max. depth of cut ap.
mf |2
H

eSUETY . ANYNILIIEEEE Y EE FIZHEYBEIZHERDT0%LL  ®In case of ramping and helical interpolation, apply 70% or less
TTMILTL IS, feed speed from standard cutting condition table.

e RS MIMIL, EhAREY EEZFZEYHIZEHLHERD50%LLT ©In case of drilling, apply 50% or less Z axis feed speed from stan-
THMILTLEZELY, dard cutting condition table.

e RUUSIMIKICIK. EHLEEVIY K TARVESIHEANSH ©Long consecutive chips may come out in case of drilling, confirm
YUETDT., TEICEFHFEBELTLESLY, the safe condition sufficiently.

EOM*0602*0ZER

S5 Y E Y IIT Ramping AYANRBIFNI Helical interpolation .
p E@EMT 5 AH = : I , s =
WE Taz | TERS | BRI sxmm | maowsme @ | ALR [ FE [ ELR |pyyiogs
Cat. No. Tf(’f" d')a- Eff. Cutting dia.|  Max d.epth AES (B) MIBOYAEES L (mm)| &DMRE | &DRE | &XRE | 72 (mm)
mm . . y Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | pmax. drilling depth
(mm) Sl (i, angle 6° o C:A;Iai?aing ? Dh min (mm) | Dh min (mm) | Dh max (mm) R

MPM-2010-M6/MPT-2010A00-M6 10 6.7 0.3 2.3° 7.5 15 16 19 0.3
MPM-2011-M6/MPT-2011A00-M6 11 7.7 0.3 1.9° 9.0 17 18 21 0.3
MPM-3012-M6/MPT-3012A00-M6 12 8.7 0.3 1.6° 10.7 19 20 23 0.3
MPM-3013-M6/MPT-3013A00-M6 13 9.6 0.3 1.4° 12.3 21 22 25 0.3
MPM-3015-M8 15 11.6 0.4 1.2° 19.1 25 26 29 0.4
MPM-4016-M8/MPT-4016A00-M8 16 12.6 0.4 1.0° 22.9 27 28 31 0.4
MPM-4017-M8 17 13.6 0.4 0.9° 25.5 29 30 33 0.4
MPM-4018-M8 18 14.6 0.4 0.8° 28.6 31 32 35 0.4
MPM-5020-M10 20 16.6 0.4 0.7° 327 35 36 39 0.4
MPM-5021-M10 21 17.6 0.4 0.7° 32.7 37 38 41 0.4
MPM-6025-M12 25 21.6 0.4 0.5° 45.8 45 46 49 0.4
MPM-7030-M16 30 26.6 0.4 0.4° 57.3 09 56 59 0.4
MPM-8032-M16 32 28.6 0.4 0.4° 57.3 59 60 63 0.4
PME2010S10 10 6.7 0.3 2.3° 7.5 15 16 19 0.3
PME2011S10-LS 1 7.7 0.3 1.9° 9.0 17 18 21 0.3
PME3012812 12 8.7 0.3 1.6° 10.7 19 20 23 0.3
PME3013S12-LS 13 9.6 0.3 1.4° 12.3 21 22 25 0.3
PME3014S12 (-LS) 14 10.6 0.3 1.3° 13.2 23 24 27 0.3




// DIJET

winlwhb 2d|V) =) 3=¢-3=8 Attention for profile milling
EOHWO0602*0ZTR

S Y E >4 I Ramping AYDWRBITIMI Helical interpolation -
WE TRE | EENT | BRIAA T s L BAUAARS (@) | BLR | TE | BLR |gyysigs:
Cat. No. thi' r:')a Eff Cuttng dia. | Vo dept | PEE (E) MIBOLAES L (mm) A;%/Jb?t;% BN fij;r\f_é Z (mm)
il In. re dia. X. re dia. illi
(mm) clendom) M?ﬁgﬂf e foel C”“}’;’;‘_‘;i”gth ! D i (emma) Dh min (mm) Dhmax (emma) Max.ciling depth
MPM-2010-M6/MPT-2010A00-M6 10 6.7 0.2 2.7° 4.2 14 16 19 0.2
MPM-2011-M6/MPT-2011A00-M6 1 7.7 0.2 2.3° 5.0 16 18 21 0.2
MPM-3012-M6/MPT-3012A00-M6 12 8.7 0.2 2.0° 5.7 18 20 23 0.2
MPM-3013-M6/MPT-3013A00-M6 13 9.6 0.2 1.7° 6.7 20 22 25 0.2
MPM-3015-M8 15 11.6 0.2 1.4° 8.2 24 26 29 0.2
MPM-4016-M8/MPT-4016A00-M8 16 12.6 0.25 1.3° 11.0 26 28 31 0.25
MPM-4017-M8 17 13.6 0.25 1.2° 11.9 28 30 33 0.25
MPM-4018-M8 18 14.6 0.25 1.1° 13.0 30 32 35 0.25
MPM-5020-M10 20 16.6 0.25 0.9° 15.9 34 36 39 0.25
MPM-5021-M10 21 17.6 0.25 0.9° 15.9 36 38 41 0.25
MPM-6025-M12 25 21.6 0.25 0.7° 20.5 44 46 49 0.25
MPM-7030-M16 30 26.6 0.25 0.5° 28.6 54 56 59 0.25
MPM-8032-M16 32 28.6 0.25 0.5° 28.6 58 60 63 0.25
PME2010S10 10 6.7 0.2 2.7° 4.2 14 16 19 0.2
PME2011S10-LS 11 7.7 0.2 2.3° 5.0 16 18 21 0.2
PME3012S12 12 8.7 0.2 2.0° 5.7 18 20 23 0.2
PME3013S12-LS 13 9.6 0.2 1.7° 6.7 20 22 25 0.2
PME3014S12 (-LS) 14 10.6 0.2 1.6° 7.2 22 24 27 0.2
ZOMT060202ZER-PL
S5 Y E Y4 MI Ramping AYBIRBIFMI Helical interpolation o
pE Tag | EENT | BRISA D mxms | sxonsms @ | BUR | FE | ELR |kyyygs
Cat. No. T‘z‘:lr:;a- = Cutt?ng am || o deptﬁ AES (F) MIMOYHES L (mm) A;E’Jb‘ﬂjé RIMNRE ;%757"\25 Z (mm)
rm) | ot | VMewmgro | Tolatingennal e | | [/ e
MPM-2010-M6/MPT-2010A00-M6 10 9.6 0.7 1.8° 22.3 13 17 18 0.5
MPM-2011-M6/MPT-2011A00-M6 1 10.5 0.7 2.7° 14.8 15 19 21 0.5
MPM-3012-M6/MPT-3012A00-M6 12 1.5 0.7 3.3° 121 17 21 23 0.5
MPM-3013-M6/MPT-3013A00-M6 13 12.5 0.7 2.9° 13.8 19 23 25 0.5
MPM-3015-M8 15 14.5 0.7 2.4° 16.7 23 27 29 0.5
MPM-4016-M8/MPT-4016A00-M8 16 185 0.7 2.2° 18.2 25 29 31 0.5
MPM-4017-M8 17 16.5 0.7 2.0° 20.0 27 31 33 0.5
MPM-4018-M8 18 17.5 0.7 1.9° 21.1 29 33 35 0.5
MPM-5020-M10 20 19.5 0.7 1.6° 25.1 33 37 39 0.5
MPM-5021-M10 21 20.5 0.7 1.5° 26.7 85) 39 41 0.5
MPM-6025-M12 25 24.5 0.7 1.2° 33.4 43 47 49 0.5
MPM-7030-M16 30 29.5 0.7 1.0° 40.1 53 57 59 0.5
MPM-8032-M16 32 31.5 0.7 0.9° 44.6 57 61 63 0.5
PME2010S10 10 9.6 0.7 1.8° 22.3 13 17 19 0.5
PME2011S10-LS 11 10.5 0.7 2.7° 14.8 15 19 21 0.5
PME3012S12 12 1.5 0.7 3.3° 12.1 17 21 23 0.5
PME3013S12-LS 13 12.5 0.7 2.9° 13.8 19 23 25 0.5
PME3014S12 (-LS) 14 13.5 0.7 2.6° 15.4 21 25 27 0.5




Ouick & Mini

New generation high feed mill
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winhb eV e 3=¢-3=08 Attention for profile milling

ZOMT060204ZER-PL

S5 Y EY ST Ramping A AVRBITMI Helical interpolation -
VE zag | EEIE | BROVA T gxmm | srona®s @p | BLA | FE | BUR | ky)Loge
Cat. No. Tooldia | Cting dia. | Ma copty | FES () MIKOGHIES ;L (mm) BOARE | BAAE | BARE | 7 ()
(mm) e ST i) M::é:':mglng Total cﬁt;r;géingth at '\[’;'r:‘-nzzf(e:rf)- R "[’;ixml;?(f?nﬂ:)- Max. drilling depth
MPM-2010-M6/MPT-2010A00-M6 10 9.2 0.7 1.8° 22.3 13 17 19 0.5
MPM-2011-M6/MPT-2011A00-M6 " 10.2 0.7 2.7° 14.8 15 19 21 0.5
MPM-3012-M6/MPT-3012A00-M6 12 11.2 0.7 3.3° 12.1 17 21 23 0.5
MPM-3013-M6/MPT-3013A00-M6 13 12.2 0.7 2.9° 13.8 19 23 25 0.5
MPM-3015-M8 15 14.2 0.7 2.4° 16.7 23 27 29 0.5
MPM-4016-M8/MPT-4016A00-M8 16 15.2 0.7 2.2° 18.2 25 29 il 0.5
MPM-4017-M8 17 16.2 0.7 2.0° 20.0 27 31 33 0.5
MPM-4018-M8 18 17.2 0.7 1.9° 211 29 33 35 0.5
MPM-5020-M10 20 19.2 0.7 1.6° 251 33 37 39 0.5
MPM-5021-M10 21 20.2 0.7 1.5° 26.7 35 39 41 0.5
MPM-6025-M12 25 24.2 0.7 1.2° 334 43 47 49 0.5
MPM-7030-M16 30 29.2 0.7 1.0° 40.1 53 57 59 0.5
MPM-8032-M16 32 31.2 0.7 0.9° 44.6 57 61 63 0.5
PME2010S10 10 9.2 0.7 1.8° 22.3 13 17 19 0.5
PME2011S10-LS 1 10.2 0.7 2.7° 14.8 15 19 21 0.5
PME3012S12 12 11.2 0.7 3.3° 121 17 21 23 0.5
PME3013S12-LS 13 12.2 0.7 2.9° 13.8 19 23 25 0.5
PME3014S12 (-LS) 14 13.2 0.7 2.6° 15.4 21 25 27 0.5
ZOMT060208ZER-PL
S5V EYY I Ramping AYBIVRSBIFMI Helical interpolation o
WE Tag | EENE | BROVA T sxmm | maoaaRs @p | BUR | FE | BUR |pyyorgs:
Cat. No. wdlda o Cut;n:dia' ,\'jl';x_ d'eptf] AEE () |MIBOYHIRS :L (mm)BNAE | BIAE | BAAE | 7 (mm)
(mm) (mm) S M::.glr:mglng Total CL'Jvtlt;Tg;ingth at ’g:-ﬂ:’igf(enfrf)- SRR, ’\[/)lﬁxr.nzir(er::). Max. drilling depth
MPM-2010-M6/MPT-2010A00-M6 10 8.4 0.7 1.9° 21.1 13 17 19 0.45
MPM-2011-M6/MPT-2011A00-M6 11 9.4 0.7 2.9° 13.8 15 19 21 0.45
MPM-3012-M6/MPT-3012A00-M6 12 104 0.7 3.5° 1.4 17 21 23 0.45
MPM-3013-M6/MPT-3013A00-M6 13 11.4 0.7 3.1° 12.9 19 23 25 0.45
MPM-3015-M8 15 13.4 0.7 2.5° 16.0 23 27 29 0.45
MPM-4016-M8/MPT-4016A00-M8 16 14.4 0.7 2.3° 17.4 25 29 31 0.45
MPM-4017-M8 17 154 0.7 2.1° 19.1 27 31 33 0.45
MPM-4018-M8 18 16.4 0.7 2.0° 20.0 29 33 35 0.45
MPM-5020-M10 20 18.4 0.7 1.7° 23.6 33 37 39 0.45
MPM-5021-M10 21 19.4 0.7 1.6° 25.1 35 39 41 0.45
MPM-6025-M12 25 234 0.7 1.2° 334 43 47 49 0.45
MPM-7030-M16 30 28.4 0.7 1.0° 40.1 53 57 59 0.45
MPM-8032-M16 32 30.4 0.7 0.9° 44.6 57 61 63 0.45
PME2010S10 10 8.4 0.7 1.9° 211 13 17 19 0.45
PME2011S10-LS 1 9.4 0.7 2.9° 13.8 15 19 21 0.45
PME3012512 12 10.4 0.7 3.5° 1.4 17 21 23 0.45
PME3013S12-LS 13 114 0.7 3.1° 12.9 19 23 25 0.45
PME3014S12 (-LS) 14 12.4 0.7 2.7° 14.8 21 25 27 0.45




// DIJET

YOHWO060203ZER-12

S Y E VYT Ramping AYALRBIFMI Helical interpolation o

B zag | EENT | BROCH 1 sxmm | sropams @ |BUR | FE | BLA |pygirze:

Cat. No. T’Z&'r:')a Eff. Cuting dia. | Max. deptﬁ AED () IMIHOYHAIRS L (mm) ’\;E'{)\ﬂjé BINEE Ffﬂ? Z (mm)

(mm) cleion) M:ﬁglr: e ol cmr;? ;ﬁngm o D:'miﬁr(emn‘ma)' Dh min (mm) D?Xhacxy(emrf)' Max. drling depth
MPM-2010-M6/MPT-2010A00-M6 10 9.4 0.1 1.8° 3.2 17 0.1
MPM-2011-M6/MPT-2011A00-M6 1 104 0.1 27° 2.1 19 01
MPM-3012-M6/MPT-3012A00-M6 12 1.4 0.1 3.0° 1.9 21 0.1
MPM-3013-M6/MPT-3013A00-M6 13 12.4 0.1 3.1° 1.8 23 0.1
MPM-3015-M8 15 14.4 0.1 2.5° 2.3 27 0.1
MPM-4016-M8/MPT-4016A00-M8 16 15.4 0.1 DIP 25 29 0.1
MPM-4017-M8 17 16.4 0.1 2.1° 2.7 31 0.1
MPM-4018-M8 18 17.4 0.1 2.0° 2.9 33) 0.1
MPM-5020-M10 20 19.4 0.1 1.7° 3.4 37 0.1
MPM-5021-M10 21 20.4 0.1 1.6° 3.6 39 0.1
MPM-6025-M12 25 24.4 0.1 1.3° 4.4 47 0.1
MPM-7030-M16 30 29.4 0.1 1.0° 5.7 57 0.1
MPM-8032-M16 32 31.4 0.1 1.0° 5.7 61 0.1
PME2010S10 10 9.4 0.1 1.8° 3.2 17 0.1
PME2011S10-LS 1" 10.4 0.1 2.7° 2.1 19 0.1
PME3012S12 12 11.4 0.1 3.0° 1.9 21 0.1
PME3013S12-LS 13 12.4 0.1 3.1° 1.8 23 0.1
PME3014S12 (-LS) 14 13.4 0.1 2.8° 2.0 25 0.1

YOHWO060205ZER-12

S Y E Y4 I Ramping AANRBIFNTI Helical interpolation .

WE Tag | EERT | BRIV sxmn | mropsms @) | BUR | FE | BLR |pyyoygs

Cat. No. T‘zfr: :]')a Eff. Cutting dia. | Max. deptﬁ %fﬁe (B \mIBOPAIERS L (mm) ;E_illb\?tj% BANRE ;%7;7‘"\2% Z (mm)

i R B Tl v e
MPM-2010-M6/MPT-2010A00-M6 10 9 0.1 1.8° 3.2 17 0.1
MPM-2011-M6/MPT-2011A00-M6 11 10 0.1 2.7° 2.1 19 0.1
MPM-3012-M6/MPT-3012A00-M6 12 1" 0.1 3.0° 1.9 21 0.1
MPM-3013-M6/MPT-3013A00-M6 13 12 0.1 3.1° 1.8 23 0.1
MPM-3015-M8 15 14 0.1 2.5° 2.3 27 0.1
MPM-4016-M8/MPT-4016A00-M8 16 15 0.1 2.3° 25 29 0.1
MPM-4017-M8 17 16 0.1 2.1° 2.7 31 0.1
MPM-4018-M8 18 17 0.1 2.0° 2.9 33] 0.1
MPM-5020-M10 20 19 0.1 1.7° 3.4 37 0.1
MPM-5021-M10 21 20 0.1 1.6° 3.6 39 0.1
MPM-6025-M12 25 24 0.1 1.3° 4.4 47 0.1
MPM-7030-M16 30 29 0.1 1.0° 5.7 57 0.1
MPM-8032-M16 32 31 0.1 1.0° 5.7 61 0.1
PME2010S10 10 9 0.1 1.8° 3.2 17 0.1
PME2011S10-LS 11 10 0.1 2.7° 2.1 19 0.1
PME3012512 12 11 0.1 3.0° 1.9 21 0.1
PME3013S12-LS 13 12 0.1 3.1° 1.8 23 0.1
PME3014S12 (-LS) 14 13 0.1 2.8° 2.0 25 0.1
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winlwh 24|V ma=Tnsc5-€-3=08 Attention for profile milling

YOHWO060208ZER-12

S Y EY Y I Ramping AYAIVRBIFNI Helical interpolation -
4 RATIA = 5 S =
WE Tag | EENT | BRIA Taxwm | maosams @p | BUR | FE | BLR |pyyoogs
Cat. No. Tooldia | g dia. | Mo donty, | G (B MIHOUAIES L (mm)| BARE | BARE | BARE | 7 ()
(mm) . ’ § Max. rampin Total cutting length at Min. bore dia. Max. bore dia. | Max. drilling depth
(i) Gl G fmiin) angle ©° ¢ e CL;A;T(Q aing ? Dh min (mm) | Dh min (mm) | Dh max (mm) e
MPM-2010-M6/MPT-2010A00-M6 10 8.4 0.1 1.9° 3.0 16 0.1
MPM-2011-M6/MPT-2011A00-M6 11 9.4 0.1 2.8° 2.0 18 0.1
MPM-3012-M6/MPT-3012A00-M6 12 10.4 0.1 3.1° 1.8 20 0.1
MPM-3013-M6/MPT-3013A00-M6 13 11.4 0.1 3.2° 1.8 22 0.1
MPM-3015-M8 15 134 0.1 2.6° 2.2 26 0.1
MPM-4016-M8/MPT-4016A00-M8 16 14.4 0.1 2.4° 2.4 28 0.1
MPM-4017-M8 17 15.4 0.1 2.2° 2.6 30 0.1
MPM-4018-M8 18 16.4 0.1 2.1° 2.7 32 0.1
MPM-5020-M10 20 184 0.1 1.8° 3.2 36 0.1
MPM-5021-M10 21 19.4 0.1 1.6° 3.6 38 0.1
MPM-6025-M12 25 23.4 0.1 1.3° 4.4 46 0.1
MPM-7030-M16 30 284 0.1 1.0° 5.7 56 0.1
MPM-8032-M16 32 30.4 0.1 1.0° 5.7 60 0.1
PME2010S10 10 8.4 0.1 1.9° 3.0 16 0.1
PME2011S10-LS 1 9.4 0.1 2.8° 2.0 18 0.1
PME3012S812 12 104 0.1 3.1° 1.8 20 0.1
PME3013S12-LS 13 1.4 0.1 3.2° 1.8 22 0.1
PME3014S12 (-LS) 14 12.4 0.1 2.9° 2.0 24 0.1




// DIJET

=EYFHEOMT/WE, H&3#1 Y — IREVIEIEH

Recommended cutting conditions for "EOMT/W-type inserts"
QM= JL/MPM#Z + fEE— (E¥ 25—~y FRAA—ILEBES ¥ > %9 7—/\)  MPMand MSN type

ey TEZE (mm) Tooldia.
wEA  |—k —10/11 12/13/14/15 16/17/18
Work materials | #13& F%L No. of teeth 2N A% No. of teeth 3N H%% No. of teeth 4N
Grades 4 ap ae n Vi 4 ap ae n Vi 1 ap ae n V¥
(mm) | (mm) | (mm) | (min"') |(mm/min)] (mm) | (mm) | (mm) | (min"") [((mm/min)] (mm) | (mm) | (mm) | (min™) | (mm/min)
T ~ ~ -
s5hehe0) | sersso| 50| 02 6 |3,820/4,580| 60 | 0.3 8 3,180/5,720| 70 | 0.4 | ~12 2,390 8,600
Fc250HBAL T EJ080502 75 | 0.25| ~6 |3,440/3,720| 80 | 0.25| ~8 |2,860|4,630| 120 | 0.3 | ~12 /2,150 6,970
JC8118
5550.C80) 1100 | 02 | ~5 |3,060 2940| 110 | 02 | ~7 |2,540|3,660| 160 | 0.25 ~12|1,910 5500
TR ~ ~ ~
swow o | serseo| | 03 6 |3,500]4,200| 60 | 0.3 8 2,920/5260| 70 | 0.4 | ~12|2,190 7,880
et EJCSOSO? 75 | 02 | ~6 |3,150/3,400| 80 | 0.2 | ~8 |2,6304,260( 120 | 0.3 | ~12 1,970 6,380
JC8118)

e, 1ouk) 100 | 0.15| ~5 |2,800/2,690| 110 | 0.15| ~7 |2,340|3,370| 160 | 0.25 | ~12[1,750| 4,900
FTYn—K ~ ~ ~

oo | esria| 50 | 03 6 3,500(4,200| 60 | 0.3 8 2,920/5,260| 70 | 0.4 | ~12 2,190 7,880

R B0-36HRC EJC?SGOZ 75 | 0.25| ~6 |3,150/3,400| 80 | 0.25 ~8 |2,630 4,260| 120 | 0.3 | ~12|1,970| 6,380

JC8050
(12311, P20) 100 | 0.2 | ~5 2,800/2,690| 110 | 0.2 | ~7 |2,340/3,370| 160 | 0.25 | ~12 1,750 4,900
FUn—RU8E ~ ~ -~

(N%?O,HPMT,P? o 50 | 0.3 6 |2,860|3,150| 60 | 0.3 8 2,390/3,940| 70 | 0.3 | ~12|1,790 5,010
38-43HR!

s ficaoso 75 | 0.25| ~6 |2,570|2,540| 80 | 0.25 | ~8 |2,150|3,190| 120 | 0.25 | ~12 1,610 4,060
e 100 | 02 | ~5 |2,290/2,010| 110 | 0.2 | ~7 |1,910/2,520| 160 | 0.2 | ~12[1.430| 3,200
BEANIE ~ ~ ~

s 50 | 0.25| ~6 2,230 2,230| 60 | 0.25| ~8 1,860 2,790 70 | 0.3 | ~12 (1,390 3,340
42-52HRC

Hirgened e ol 1Ca050) 75 | 015 ~6 2,010 1,810| 80 | 0.15| ~8 1,670 2,250| 120 | 0.2 | ~12 [1,250 | 2,700

i 00| - | - | - | =10 - | -] = -lw0 - - | - -
BEANGE ~ ~ ~

sofiMBbenf 50 | 0.1 6 | 950/ 470| 60 | 0.1 8 | 800 600| 70 | 0.15 ~12| 600| 600
55-62HR!

Hgrsencd g S OMWS 75 - | - | - | —|ls8| - | - | =] -1]120|01 |~12| 540 490

L e 00| - | -] -| -1 -| -] -] -|w0] -] -] -1 -

A § M 50 | 0.3 | ~6 |4,780/5,740| 60 | 0.3 | ~8 |3,980|7,160| 70 | 0.4 | ~12 2,980 10,730
BE300HBLT | JCB118 ~ ™ -

G A e orUC7560) 75 | 0.25| ~6 4,300 4,640| 80 | 0.25| ~8 3,580 5,800| 120 | 0.35 | ~12 |2,680 | 8,680
Bt 100 | 0.2 | ~6 13,820/3,670| 110 | 02 | ~8 /3,180 4,580 160 | 0.3 | ~12/2,380| 6,850
Az 50 | 0.3 | ~6 |3,8204,580| 60 | 0.3 | ~8 |3,180/5720| 70 | 0.4 | ~12 /2,390 8,600
SUS304

FE250HBLIT ooseo| 75| 0.2 | ~6 |3440[3720| 80 | 02 | ~8 |2,860/4,630( 120 | 0.3 | ~12/2,150| 6,880
tainless steel
Below 250HB 100 | 0.15 | ~5 |3,060(2,940| 110 | 0.15| ~7 |2,540|3,660| 160 | 0.25 | ~12 1,910 5,350

JC7560| 50 | 0.3 | ~6 [1,910/1,910| 60 | 0.3 | ~8 |1,5902,380| 70 | 0.3 | ~12 1,190 2,380
FRUEE DS150
(Ti-6AI-4V) ((JC8118)) 75 | 02 | ~6 1,720 1,550| 80 | 0.2 | ~8 1,430 1,930| 120 | 0.25 | ~12 [1,070| 1,930
Titanium allo DS118
¥ |ucsoso) 100 | 0.15] ~5 1,530(1,220| 110 | 0.15 | ~7 |1.270/1,520| 160 | 0.2 | ~12| 950/ 1,520
Jcai18| 50 | 03 | ~6 | 950 760| 60 | 03 | ~8 | 800 960| 70 | 0.3 | ~12| 600 960
MEEE DS118
(NCO718)  |JC7560) 75 | 0.2 | ~6 | 850 760| 80 | 0.2 | ~8 | 720| 780|120 | 0.25 | ~12| 540 780
Inconel DS150
(cgoso) 100 | 0.15| ~5 | 760 610| 110 | 0.15 | ~7 | 640 610 160 | 0.2 | ~12| 480 610

LTV FILERHLES, ap: @AROUAHRES, Ae: FBRAMDUAHES, N TEEREGRE, Vi EYRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

ofE A EDFEEE

1) LEOUIAIEHE. #HERBIES X UT—IRIEICHE CTHREL LS,
2) VUYLBRELIGEEIE, DAAFRIEZERBMELIYEELTLLESV., HIVEEEREZ FFTHERACEZSL,
L 1IABYDEYEFEZALGNTLESL,
3) WHBATREDHEEE., FTURAARIZELTLEIL, RIINBELUVVIETIFTHEALC I,
4) T7—70—I2& YUY LK THRELEZIT>TLEEW, I, IBMCTOF Y ET A MITETY K FREBITEELCLE S,
5) QMI LYV 8 4TI 54 APME/PME-LSHZHERADIEIE, BELEIMELRNZ AT EHEDE0%EEICEC LEACEILY,
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 @p or Spindle speed and Feed speed.
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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B Y FAEOMT/WH F%&3cHA H— b iERYIEIEE (1]

Recommended cutting conditions for "EOMT /W-type inserts"
QM= )L/MPMF + MEE—8 (E¥ 15—~y FEA—IBEL v 9 7—/8)  MPMand MSN type

) TEZE (mm) Tool dia.
wEH (=t 20/ 21 25
Work materials | #1F& F %1 No. of teeth 5N F# No. of teeth 6N
Grades v ap ae n \Y4i . v ap ae n Vf .
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
P ~ ~
5§S§’°C’ agi% ersso| 70 0.4 14 | 1,910 8,600 90 0.4 18 | 1,530 8,260
250 2
C(arbon ste()a, Ejgg??gz 120 0.3 ~14 | 1,720 6,970 140 0.3 ~18 | 1,380 6,710
B0, 035! 190 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 @ 5270
TEH ~ ~
(skD61, SKo1) | c7560 70 0.4 14 | 1,750 7,880 90 0.4 18 | 1,400 7,560
REC2OHBLIT (JC8050) 120 0.3 ~14 | 1,580 | 6,400 | 140 0.3 ~18 | 1,260 | 6,120
(1.2344, 1.2379) (JC8118)
Below 255HB 190 0.25 ~14 | 1,400 5,040 | 210 0.25 ~18 | 1,120 4,840
T)N—KR ~ ~
i s ol s 70 0.4 14 | 1,750 7,880 90 0.4 18 | 1,400 7,560
ES0-36HRC (JC7560) 120 0.3 ~14 | 1580 | 6,400 | 140 0.3 ~18 | 1,260 | 6,120
(1.2311, P20) (JC8050)
50-36HRC 190 0.25 ~14 | 1,400 5,040 210 0.25 ~18 | 1,120 4,840
FYNn— K8 70 0.3 ~14 | 1,430 5,000 90 0.3 ~18 | 1,150 4,830
(l;%\gSO,HPMLPZﬂ Jcs118
38-43HRC ~ ~
(1% 2 ?13‘53'1) (Jo8050)| 120 0.25 14 | 1,290 4,060 140 0.25 18 | 1,040 3,930
e 190 0.2 ~14 | 1,140 3,190 | 210 0.2 ~18 920 3,090
AN ~ ~
‘%gg“vm‘ - 70 0.3 14 1,110 3,330 90 0.3 18 890 3,200
42-52HRC ~ ~
H(ardened o ste)el (Jog050) 120 0.2 14 | 1,000 2,700 140 0.2 18 800 2,590
1.2344,1.2379
42-52HRC 190 - - - - 210 - - - -
AN ~ ~
(gﬁggwsw, ch) \cans 70 0.15 14 480 600 90 0.15 18 380 570
55-62HR ~ ~
H('ir%%ﬂid S‘;;tg)e'EOMW” 120 0.1 14 430 480 140 0.1 18 340 460
. , 1.237
55-62HRC 190 - - - - 210 - - - -
g - 5954 Lk 70 0.4 ~14 | 2,390 | 10,750 90 0.4 ~18 1,910 | 10,310
B4 30O BIT | JCB118
Grey & Nt o fon[(JC7560)] 120 0.35 ~14 | 2,150 8,710 140 0.35 ~18 | 1,720 8,360
556, 86G), 190 03 ~14 | 1910 | 6880 | 210 03 ~18 | 1530 | 6,610
25U LR 70 0.4 ~14 | 1,910 8,600 90 0.4 ~18 | 1,530 8,260
(SUS304) JC8050
B&250HBLT |)c7560) 120 0.3 ~14 | 1,720 6,970 140 0.3 ~18 | 1,380 6,710
Stainless steel
Below 250HB 190 0.25 ~14 | 1,530 5510 | 210 0.25 ~18 | 1,220 5,270
JC7560 1 70 0.3 ~14 950 2,380 90 0.3 ~18 760 2,280
F4o44% | DS150
(Ti-6Al-4v)  [(JC8118)l 120 0.25 ~14 860 1,940 140 0.25 ~18 680 1,840
Titanium alloy  |[(DS118)
(JC8050) 190 0.2 ~14 760 1,520 210 0.2 ~18 610 1,460
JC8118 70 0.3 ~14 480 960 90 0.3 ~18 380 910
(e DS118
(INCO718)  [JCT7560) 120 0.25 ~14 430 860 140 0.25 ~18 340 730
Inconel DS150
(JC8050)| 190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

L:TURINLEELES, ap: BARDYIAAHRES, Ge: FEARDYNAAHES, N TEEERERE, Vi #EYRE
£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDEESIE
1) LEOUIAIEHE. BERIES X UCT—IRIEICE CTREL LS,
2) VUYLRELGEEE, VRAHFRSIZERBHMEIYBELTLLESV, HIVEEEREZ TFFTERCEZSL,
FRELAABYDREYZEFEZRGNTLESL,
3) BBBATEDEEIE., FTURAARIEERCLTLESIL, RIINBLUVVIETIFTHERCESL,
4) T7—J0—IT&YPYLKTRELEZT>TLEZEL, HIT, IBMCTOF Y ET A MITEYY K FREBITFELFZE LN,
5) QMI LI Y284 T IS4 APME/PME-LSHZFERDORIZ. BHLESLE LT HFOTEHD60%EECE LERCESL,
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 @p or Spindle speed and Feed speed.
4) Use air blow.
@ 5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



=& Y FHEOMT/WH R34 9 — + {REEYIHIEH

Recommended cutting conditions for "EOMT/W-type inserts"
QM= )L/ MPMF% + MEE—# (EPa 55—~y FRF—ILBES v I 7—/N)

// DIJET

MPM and MSN type

) TEZE (mm) Tool dia.
#H EI H—+ 30 32
Work materials | #tF& F# No. of teeth 7N F# No. of teeth 8N
Grades ap ae [ Vf . ap ae [ Vf .
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
| ~ ~
Eg&’ Ss0) |sorseo 100 0.4 22 | 1270 | 8000 | 100 0.4 24 | 1,490 | 8570
250HBL JC8050 ~ ~
Catonsio E 18 8)) 150 0.3 22 | 1,140 | 6,460 | 150 0.3 24 | 1,070 | 6,930
B o 210 025 | ~22 | 1,020 | 5140 | 210 025 | ~24 950 | 5470
TEH ~ ~
(o S | s 100 0.4 22 | 1,170 | 7,370 | 100 0.4 24 | 1,090 | 7,850
255HBILT |(JC8050 ~ ~
Diosied EJ ceos0) 150 0.3 22 | 1,050 | 5950 | 150 0.3 24 980 | 6,350
Feaea o 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010
TYN—K ~ ~
Wi B | scstre| 100 0.4 22 | 1470 | 7,370 | 100 0.4 24 | 1,000 | 7,850
30-36HRC |(JC7560 ~ ~
Vi sl E ! 080501 150 0.3 22 | 1,050 | 5950 | 150 0.3 24 980 | 6,350
AL 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5,010
T n— KU o =
hgs e 1:'%) cans 100 0.3 22 950 | 4,660 | 100 0.3 24 900 | 5,040
38-43 - -
38-43HRC | 1Cgos0)| 150 0.25 22 860 | 3,790 | 150 0.25 24 810 | 4,080
SIE el 210 0.2 ~22 760 | 2,980 | 210 0.2 ~24 720 | 3,220
1B ANSE ~ ~
S B | 51 100 0.3 22 740 | 3,110 | 100 0.3 24 700 | 3,360
42-52 - -
[B242-62HRC |\ ens0) 150 0.2 22 670 | 2,530 | 150 0.2 24 600 | 2,590
(1.2344, 1.2379) 210 015 | ~22 500 | 1,980 | 210 015 | ~24 500 | 1,920
1 ANSE ~ ~
s 300w | o 100 0.15 22 320 560 | 100 0.15 24 300 600
55-62 - -
Hordened i Sl eomws| 150 0.1 22 290 460 | 150 0.1 24 270 490
1.2344,1.2379
55-62HRC 210 - - - - 210 - - - -
SESRUERNE 100 0.4 ~22 | 1,590 | 10,000 | 100 0.4 ~24 | 1,490 | 10,730
A SBONBT | JCB118
Gt s o (JC7560) 150 0.35 ~22 | 1430 | 8110 | 150 035 | ~24 | 1,340 | 8,680
Beton 300HIB 210 0.3 ~22 | 1270 | 6,400 | 210 0.3 ~24 | 1,190 | 6,850
25U LASE 100 0.4 ~22 | 1270 | 8,000 | 100 0.4 ~24 | 1190 | 8,570
(SUS304) | Jc8050
BE&250HBLT |(JC7560) 150 0.3 ~22 | 1,140 | 6460 | 150 0.3 ~24 | 1,070 | 6,930
Stainless steel
Below 250HB 210 0.25 ~22 | 1,020 | 5140 | 210 025 | ~24 950 | 5,470
JCT560 | 400 0.3 ~22 640 | 2,240 | 100 0.3 ~24 600 | 2,400
Favag | DS150
(Ti-6Al-4v)  [(JC8118) 150 0.25 ~22 580 1,830 150 0.25 ~24 540 1,940
Titanium alloy (DS118)
(JC8050) 210 0.2 ~22 510 | 1,430 | 210 0.2 ~24 480 | 1,540
Jce118|  qqp 0.3 ~22 320 900 | 100 0.3 ~24 300 960
e DS118
(INCO718)  [JCT7560) 150 0.25 ~22 290 730 | 150 025 | ~24 270 780
Inconel DS150
(JC8050) 210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

L TURILEHLRE, ap: ARDUIAARE, Qe FEHRMDYLAARSE, N : TEEEERE, Vi X YRE

£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfERALEDEFESEE
1) EROUIHEIEHEIE. BEBRIMES LTI —IRBIKEICHE CTRABELLEL,

2) VUYL RELESEE, VIAFFERSELRHMELIYHELTLESL., HIVEEGEREF T THERACESL,
1HALBYDEYEIFEZLRNTLEEELY,

=f=L.

3) WEBATRROBARIE., ETUAARSEZERILTLESL, RIINBLVVIETIFTEACESL,

4) T7—70—(2&YLIYKTHREDEETH> TS, HIT,
5 QMILY v 284 TT5 4 APMEPME-LSHEZFERADEIE. BELRE L ELRAFZOTEREDE0%REEICE LERCEEL,

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.

IMMCTDF Y ET 4 MITIFYY K FREBITFELCFZELN,

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "EOHW-type inserts"
QM= )L/ MPMF + EE—8 (EP 15—~y FREA—IBEL v 9 7—/8)  MPMand MSN type

) TEZE (mm) Tool dia.
wWEAH = 10/ 11 12/13/14/15 16/17/18
Work materials | #+§& F# No. of teeth 2N A% No. of teeth 3N % No. of teeth 4N
Grades| £ ap ae n Vf / ap ae n Vf v ap ae n Vf.
(mm) (mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (mm) | (min-') [((mm/min)
<3Kné1+ DACﬁﬁDHA) 40 | 020 | ~6 12,860/2,860| 50 | 0.20 | ~7 12,390/3,590| 65 | 0.25 | ~12 |1,790 4,300
[ JE242 02HR0 | jce118| 60 | 0.15 | ~6 |2,5702,060| 70 | 0.15 | ~7 |2,150(2,580| 95 | 0.20 | ~12 1,610 3,090
(1.2344, 1.2379) 80 | 010 | ~6 2,290(1,370| 95 | 0.10 | ~7 1,910 1,720| 125 | 0.10 | ~12 | 1,430|2,060
(sxa%%fbﬁmocm 40 | 015 | ~6 |2,550(1,530| 50 | 0.15| ~7 12,120/1,900| 65 | 0.15 | ~12 {1,590 1,900
[ES65-62HRC | DH102 | 60 | 0.10 | ~6 2,300(1,240| 70 | 0.10 | ~7 |1,910(1,550| 95 | 0.10 | ~12 1,430 1,520
(1%3;_13,2:{%3679) 80 _ _ _ — | o5 _ _ _ - 125 | - - - -
A4 TIEZE (mm) Tool dia.
wHEH (= F 20/21 25
Work materials | #tF& % No. of teeth 5N F# No. of teeth 6N
Grades i ap ae n Vf v ap ae n Vf
(mm) (mm) (mm) | (min") |((mm/min)] (mm) (mm) (mm) | (min") |(mm/min)
BEANE 80 | 0.25  ~14 {1,430 4,290| 100 | 0.25 | ~18 {1,150 | 4,140

(s%oésm DAC, DHA)
42-52HRC
Hardened die steel | /C8118( 120 | 0.2 | ~14 /1,290|3,100| 150 | 0.2 | ~18 1,040 | 3,000

(12344, 1.2379) 160 | 0.10 | ~14 |1,140|2,050| 200 | 0.10 | ~18 | 920 |1,990

BEANIH ~ ~
(SKDT SLD. DCH1) 80 | 0.15 14 11,270|1,900| 100 | 0.15 18 1,020 | 1,840

IREO5-62HRC | DH102 | 120 | 0.1 | ~14 [1,140|1,540| 150 | 0.1 | ~18 | 920 |1,490

Hardened die steel
(1.2344,1.2379)

55-62HRC 160 | - = = - | 200 | - - - =
A4 TEZ (mm) Tooldia.
WEIM | P—F 30 32
Work materials | #13& F# No. of teeth 7N F# No. of teeth 8N
Grades| ¢ dp de n Vi Y ap ae n V.
(mm) | (mm) | (mm) | (min™") (mm/min)) (mm) | (mm) | (mm) | (min-') [(mm/min)
AN 120 | 0.25 | ~22 | 950 |3,990| 120 | 0.25 | ~24 | 900 4,320

(SKD61, DAC, DHA

& 42-52HRC - _
(B azB2HRC 1Jcs118| 180 | 0.20 | ~22 | 860 |2,890| 180 | 0.20 | ~24 | 810 |3,110

(12344, 1.2379) 240 | 010 | ~22 | 760 |1,920| 240 | 0.10 | ~24 | 720 |2,070

BEANIH ~ ~
(SKDT SLD, DCH1) 120 | 0.15 22| 850 1,780 120 | 0.15 24 | 800 |1,920

JE&55-62HRC - -
(BCBS62HRC | DH102 | 180 | 0.10 | ~22 | 760 |1,430( 180 | 0.10 | ~24 | 720 |1,560

(1.2344, 1.2379)
55-62HRC 240 = - - — | 240 - - — _

L TURILEHLES, ap: ARDUAAHRS, Qe FEFADYLAAHES, N TEEEREE, Vi EYURE
£ : Overhung length, @p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERIE
1) EREOUIBIFMEE. EEAIME KTT— RIS C TRECESL,

2) VUYMNRELEGER, UAARSELEEHEIYLELTLESD, HHIVTEYREZTIFTHEALZEL,

3) BEBBAFRDEEE. FETUWRAARSZESLTLEED, RIINELUVVIETIFTERACESL,

4) T7—TA—(&YPY K THREVEBET>TEE, BT, IBMCTOFYET A MITIEYY K FTREISTFECIZELN,

5 QMI LY v 984 TT54 APMEPME-LSH 2 EADMKIE, BELRSIZERENZ 0T EHDE0%EEICES LERCEZEL,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



JEHIY FAZOMT*-PLAZ k3 A 25—~ RELIHISFH

Recommended cutting conditions for "ZOMT * -PL-type inserts"
QM2 )L MPM/MPTH# + TBE— (EP 25—~y FRAA—ILBES Y 7—N)

// DIJET

MPM/MPT and MSN type

S | s IE#& (mm) Tool dia.
5 1 4 4;_“/'\ H— R 10/ 11 12/13/14/15 16/17/18
Work materials |~ . MiE A% No. of teeth 2N A% No. of teeth 3N A% No. of teeth 4N
PP'C?tEGrades 2 [ ap [ap@e] n | Vi ap [ap@e| n [ Vi ap [ap@e| n [ Vi
Inserts (mm) | (mm) | (mm?) | (min") |(mm/min)] (mm) | (mm) | (mm2) | (min") |(mm/min)] (mm) | (mm) | (mm?) | (min-') |(mm/min)
RS 50 |~4.0 | ~6.0 5,090 | 810 | 60 |~4.0 | ~8.0|4,240(1,020| 70 |~5.0 ~10.0/3,180 1,020
(s;oc, S55C) 1C8050
FEE250HBLLT "
Carbonsies PLE |iCgg) 75 | ~12|~1.84,580 640 | 80 ~1.7 |~2.6(3,820| 800|120 |~2.0| ~3.02,860 800
C50, C55
Below 250HB 100 |~0.5|~0.8 4,070| 490 | 110 |~0.6|~1.2 3,400 610|160 |~0.7 | ~1.32,550| 610
TE 50 |~4.0 | ~6.0 4,770| 570 | 60 |~4.0 ~8.0(3,980| 720| 70 |~5.0 ~10.022,980| 720
(sréom, SKD11) 1C8050
EX255HBLLT ~ ~ = o ~ ~
255HB, PLE |iCgg) 75 |~1-2|~1.8 4,300 430 | 80 |~1.7 |~2.6(3,580| 540|120 |~2.0| ~3.02,690| 540
(1.2344, 1.2379)
Below 255HB 100 |~0.5|~0.8 3,820| 310 | 110 |~0.6|~1.2 3,180 380| 160 |~0.7 | ~1.322,390| 380
FUNn—FiR 50 | ~4.0 | ~6.0 4,770| 480 | 60 |~4.0 ~8.0(3,980 600| 70 |~5.0 ~10.022,980| 600
(HPM?7, PX5, P20) 18118
1&30-36HRC ’ - - - - - -
o sieel PLE |)csos0) 75 | ~1-2|~1.8 4,300 340 | 80 |~1.7 |~2.6(3,580| 430|120 |~2.0| ~3.02,690 430
1.2311, P20
30-36HRC 100 |~0.5|~0.8 3,820| 230 | 110 |~0.6|~1.2 3,180 290| 160 |~0.7 | ~1.322,390| 290
T n—E U 50 |~3.0 | ~4.03,820| 380 | 60 |~3.0|~4.5[3,180| 480| 70 |~4.0| ~6.02,390| 480
(NAK80, HPM1, P21)
"fé;gﬁ;gggfc PLE |JGaosg| 75 |~12|~1.6(3.440 280 | 80 |~1.3|~1.8 2,860 340|120 ~17| ~222150 340
1.2311, P21
38-43HRC 100 |~0.5|~0.8 3,060| 180 | 110 |~0.6|~1.0 2,550 230| 160 |~0.6 | ~1.111,910| 230
1B ANGE 50 |~2.5~3.03,180|320 | 60 |~2.5~3.5[2,650 400| 70 |~3.5| ~5.5/1,990| 400
(SKD61, DAC, DHA)
(RSa2-82HRC | b1 |ucetis| 75 |~1.0 |~1.4 2,860 230 | 80 |~1.0 ~1.5 2,390 290|120 |~1.4 | ~2.011,790| 290
(1.2344, 1.2379)
42-52HRC 100 |~0.5|~0.6 2,550 | 150 | 110 |~0.5|~0.8 [2,120| 190| 160 |~0.5 | ~1.011,590| 190
B4 508108 50 |~4.0 | ~6.0 4,770| 760 | 60 |~4.0 ~8.0(3,980| 960| 70 |~5.0 ~10.022,980| 950
FC, FCD
éﬁ%@ﬁ%ﬁn PLE |JCB118| 75 |~1.2|~1.84,300| 600 | 80 |~1.7 |~2.6 3,580 750|120 |~2.0 ~3.012,690| 750
Below 300HB 100 |~0.5|~0.8 3,820 | 460 | 110 |~0.6|~1.2 3,180 570| 160 |~0.7 | ~1.32,390| 570
;f’l’x%ﬁ' 50 | ~4.0 | ~6.0 4,770| 570 | 60 |~4.0 ~8.0(3,980 720| 70 |~5.0 ~10.022,980| 720
SUS304
E&250HBLT | PLs |JC8050| 75 |~1.2|~1.814,300| 430 | 80 |~1.7 |~2.6 3,580 540|120 |~2.0 | ~3.012,690| 540
Stainless steel
Below 250HB 100 |~0.5|~0.8 3,820| 310 | 110 |~0.6|~1.2 3,180 380| 160 |~0.7 | ~1.32,390| 380

£ EBHELRE, ap: BARMOYIAARE, Qe:

nfFRALOFEEIE

EREAEMOYAHFFES, N TEREEE, Vi &Y RE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

1) LEROUEIEEE. HERES ST —IBIEIZE C TRABCESL,
2) VUOYLKELIGEIE, VAAFES T LERHELYELEELTLESD, HEHIVEEYREZTIFTERACIZ S,
3) BHBEBATRDEHEIX. FTUAARIFECLTLESL, RIINBLVVIZTIFTHERALESL,
4) TF7—TA—C&YY K FTHRELEZITo> TS,

NOTE

B,

IMMCTOF Y ETF A MITIHYY K FREBITTELESLY,
5) QML ¥ 2984 TT 54 APME/PME-LSHEZERADIRIEZ. BHLESLEZEEH 2 OTEHD0%RERECEC LERACESLY,
6) fAIEALTFHLLIFERLTLFMIICTZOMT *x-PLEEAER A VU — b EFEADIGEIL. WEBH S 0T OUIHIEHRE

SEEZSD (FREQRaA—F&Y)

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 Feed speed.
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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of
the above data.
6) When using ZOMT * -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.




Ouick & Mini

New generation high feed mill

Ly}

B4V FZOMT*-PLE FE3SH4 24— b EEEISEH (3]

Recommended cutting conditions for "ZOMT * -PL-type inserts"
QM= )L/MPM + MEE— (EP 15—~y FEA—IBEL v 9 7—/8)  MPMand MSN type

S | s, IE& (mm) Tool dia.
was [T o=+ 20/ 21 25
Work materials ’-\@-':;)Eatl)\le Mg % No. of teeth 5N A% No. of teeth 6N
inserts | Grades (mjm) o) T | ) (mrr\1{rfr1in) (mjm) ) s | () (mn\'n{rfnin)
RS 70 ~50 | ~16.0 | 2,550 1,020 90 ~50 | ~20.0 | 2,040 980
(sé?oc, S55C) 108050
EE250HBLLTF
o AT | P |catg| 120 | ~40 | ~8.0 | 2200 | 800 | 140 | ~40 | ~10.0 | 1,830 | 770
(C50, C55)
Below 250HB 190 ~3.0 ~4.0 | 2,040 610 210 ~3.0 ~8.0 | 1,630 590
TR 70 ~50 | ~16.0 | 2,390 720 90 ~50 | ~20.0 | 1,910 690

(SKD61, SKD11)
BEE255HBUT | o gy |JC80S0) 4og | 40 | ~80 | 2150 | 540 | 140 | ~40 | ~100 | 1,720 | 520

Die steel (JC8118)
(1.2344, 1.2379)

Below 255HB 190 ~3.0 ~4.0 | 1,910 380 210 ~3.0 ~8.0 | 1,530 370
TYNn—EU8 70 ~50 | ~16.0 | 2,390 600 90 ~5.0 | ~20.0 | 1,910 570

(HPM7, PX5, P20)

F&30-36HRC JC8118 _ _ ~ ~
Vol soal | P |(icaoso) 120 4.0 8.0 | 2150 | 430 | 140 40 | ~10.0 | 1,720 | 410

(1.2311, P20)
30-36HRC 190 ~3.0 ~4.0 | 1,910 290 210 ~3.0 ~8.0 | 1,530 280

TYn—RUtH 70 ~40 | ~16.0 | 1,910 480 90 ~40 | ~20.0 | 1,530 460
(NAK80, HPM1, P21)

o sonl | PLE |Joe0eg| 120 | ~3.0 | ~80 | 1,720 | 340 | 140 | ~30 | ~10.0 | 1380 | 330

(1.2311, P21)
38-43HRC 190 ~2.0 ~4.0 | 1,530 230 210 ~2.0 ~8.0 | 1,220 220

AL 70 ~3.5 | ~10.0 | 1,590 400 90 ~3.5 | ~125 | 1,270 380

(SKD61, DAC, DHA)

(Roa282HRC | o1 g |ucetis| 120 | ~25 | ~50 | 1430 | 290 | 140 | ~25 | ~6.2 | 1,150 | 280

(1.2344, 1.2379)

42-52HRC 190 | ~12 | ~25 | 1,270 190 | 210 | ~12 | ~32 | 1,020 @ 180

BFH - 5554 8% 70 | ~50 | ~18.0 | 2,390 960 90 | ~50 | ~250 | 1,910 | 920
(FC, FCD)

B | PLE |Jcetts| 120 | ~40 | ~10.0 | 2150 | 750 | 140 | ~40 | ~120 | 1,720 | 720
(GG, GGG)

Below 300HB 190 | ~30 | ~50 | 1,910 570 | 210 | ~3.0 | ~9.0 | 1,530 | 550
25 LR 70 | ~50 | ~16.0 | 2,390 720 90 | ~50 | ~200 | 1,910 | 690
(SUS304)

fEE250HBLAT | PLRZ [JC8050 120 ~4.0 ~8.0 | 2,150 540 140 ~4.0 ~10.0 | 1,720 520
Stainless steel

Below 250HB 190 | ~3.0 | ~40 | 1,910 380 | 210 | ~30 | ~80 | 1,530 | 370

L RBHLES, ap: MARDYLAHES, ae: FEFAOVNAHFES, N TEEERE, Vi &Y RE
£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERIE

1) EEOUAIZES. HERIEES S TT—JBIEICE CTRECESL,

2) VOYDNRELBEF, VAARSZLEHELIYVHECLTLESD, HHIVTEYREZTIFTHEASZ S,

3) BBBATRDEEE. FTUWRAARESEELCLTLLEEL, RIINBIVVIETIFTHERASEESL,

4) T7—7O—I2&YPYKFTHRELEZToTLEEW, IS, IBMCTOF v ET A MITIEIY K FREITEE LS,

5) QMI LI v U84 TT54 APMEPME-LSH £ HEADKRIE, BELKRSLZLRAZOTEHED0%EEICES LERACLEL,

6) BlEELIFH L FEEMELIFMIICTZOMT *-PLEALRZEA VY — 2 ERADIBEIE. WEBHZ DT OUIHIZHR%E
SEfZE (TEEQRaI—F&KY)

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 Feed speed.

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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of
the above data.

6) When using ZOMT * -PL type insert in side finishing or bottom face finishing,

@ please scan the following QR code for the details of the cutting conditions table.




// DIJET

B4V FIZOMT*-PLE FE3cHq 24— b EEISH (3]

Recommended cutting conditions for "ZOMT * -PL-type inserts"
QM= )L/ MPM# + 7BE— (E¥ a1 53—~y FRAA—IILEBES ¥ > %9 F7—/\)  MPMand MSN type

S | s TE& (mm) Tool dia.
w7 =k 30 32
Work materials b pplicable Mg % No. of teeth 7N F# No. of teeth 8N
inserts | Grades (mjm) ) s | ) (mn\wcrfnin) (m!in) ) s | () (mn\ﬁqin)
R 100 ~50 | ~22.0 | 1,700 950 100 ~50 | ~22.0 | 1,590 1,020
(s;oc, S55C) 108050
FEX250HBLT ”
oo BB | P |(catig| 150 | ~40 | ~150 1,530 | 750 | 150 | ~4.0 | ~150 | 1,430 800
(C50, C55)
Below 250HB 210 ~3.0 ~8.0 | 1,360 570 210 ~3.0 ~8.0 | 1,270 610
T4 100 ~50 | ~22.0 | 1,590 670 100 ~50 | ~22.0 | 1,490 720

(SKD61, SKD11)
BE255HBUT | o gy |JC8050| 450 | 40 | ~15.0 | 1430 | 500 150 | ~40 | ~150 | 1,340 | 540

Die steel (JC8118)
(1.2344, 1.2379)

Below 255HB 210 ~3.0 ~8.0 | 1,270 360 210 ~3.0 ~8.0 | 1,190 380
TYNn—E8 100 ~50 | ~22.0 | 1,590 560 100 ~5.0 | ~22.0 | 1,490 600

(HPM7, PX5, P20) Jca118
FE&30-36HRC . ~ ~ ~ ~

Mold steel PLR |(Jc8050) 150 4.0 15.0 | 1,430 400 150 4.0 15.0 | 1,340 430
(1.2311, P20)
30-36HRC 210 ~3.0 ~8.0 | 1,270 270 210 ~3.0 ~8.0 | 1,190 290

JYn—EUE 100 ~50 | ~22.0 | 1,270 440 100 ~50 | ~22.0 | 1,190 480
(NAK80, HPM1, P21)

o gonl | PLE |Joe0ey| 150 | ~4.0 | ~150 | 1,150 | 320 | 150 | ~40 | ~150 | 1,070 | 340

(1.2311, P21)
38-43HRC 210 ~3.0 ~8.0 | 1,020 210 210 ~3.0 ~8.0 950 230

% AN 100 | ~4.0 | ~15.0 | 1,060 | 370 | 100 | ~4.0 | ~150 | 990 | 400
(SKD61, DAC, DHA)
[Eea282HRC | b g ucst1s| 150 | ~3.0 | ~7.5 | 950 | 270 | 150 | ~3.0 | ~7.5 | 900 | 290

(1.2344, 1.2379)

42-52HRC 210 | ~20 | ~38 | 850 | 180 210 | ~20 | ~38 | 800 190
hty 595 106 100 | ~50 | ~24.0 | 1,590 | 890 100 | ~5.0 | ~24.0 | 1,490 950
FC, FCD
8 E300HBLLTF

Grey & Nodularcastion| PLT |JC8118| 150 | ~4.0 | ~16.0 | 1,430 | 700 150 | ~4.0 | ~16.0 | 1,340 750
(GG, GGG)

Below 300HB 210 ~3.0 ~9.0 | 1,270 530 210 ~3.0 ~9.0 | 1,190 570
252 L4 100 ~50 | ~22.0 | 1,590 670 100 ~5.0 | ~22.0 | 1,490 720
(SUS304)

fEE250HBLAT | PLRZ [JC8050( 150 ~40 | ~15.0 | 1,430 500 150 ~4.0 ~15.0 | 1,340 540
Stainless steel

Below 250HB 210 ~30 | ~80 | 1,270 360 210 ~3.0 | ~80 | 1,190 380

L BHLES, ap: MARDYAHES, Ae: FEFAMOUNAARESE, N TEEERE, Vi &Y RE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

affFALDEEEIE

1) EEROUIHIEHE. BERIES K UT—2RIMEICE CTRECLIL,

2) VUYL RELEBEE, MAARSELERELYHEC LTSI, HHIWEEYREZTIFTHERACLIL,

3) MHEATEDEEE. FTFMRAAREIEFELLTLEIVD, RINBLUVVIETIFTHEACESIL,

4) T7—7O0—-I2&YY LK TREMVEZTOTLESL, IS, IBMCTOXF Y ET A MITETY K FTREBISTFELLLES L,

5) QML v 2P 84 FTT 54 APME/PME-LSH A ERADIEIE. BHLEMME LR N2 AT EHD60%EEICEC LERACIEZIL,

6) AlELLIFd L IFERMELEFIMIICTZOMT *-PLEEHER A V¥ — FEFERADEHEIE. WEBHZ OV DUAIZHER%E
SBZEN (FEQRI—F&Y) .

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 Feed speed.
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.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of
the above data.
6) When using ZOMT * -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.
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New generation high feed mill

Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QM2 )L/ MPM/MPTH# + TBE—1 (EX 25—~y FAA—ILBES v 7—/N)

MPM/MPT and MSN type

A4 TITE&E (mm) Tool dia.
WA |Y—k 10/ 11 12/13/14/15
Work materials | #1%& F %1 No. of teeth 2N F# No. of teeth 3N
Grades 4 p ae f V. p ae r Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
R ~ < < ~ < <
By | 50 | <12 | <0.10 | 12,600 | 3,780 60 | <12 | <0.10 | 10,600 | 4,770
250 2
Caponies 0w 75 | <0.8 | <008 | 8820 | 2,120 80 | =08 | <008 | 7420 | 2,670
Bol, 100 | <06 | <008 | 8820 | 1,760 110 | <06 | <008 | 7,420 2,230
TER = < < o < <
oS | 50 | <10 | <0.10 | 11,400 | 3.420 60 | <10 | <010 | 9550 | 4,300
255HBLLF
FESST oo 75 | <07 | <008 | 7,980 | 1,920 80 | =07 | <008 6,690 | 2400
g L8 100 | <05 | <008 | 7,980 | 1,600 110 | <05 | <0.08 | 6,690 | 2,000
T)N—KR ~ < < ~ < <
o S e 50 | <10 | <0.10 | 11,400 | 3,420 60 | <10 | <010 | 9550 | 4,300
30-36HRC
"ot sge |ioHioa 75 | <07 | <008 | 7,980 | 1,920 80 | =07 | <008 | 6690 | 2,400
Rr s 100 | <05 | <0.08 7,980 | 1,600 110 | <05 | <008 | 6,690 | 2,000
F1)n— K8 o < < o < <
st HPMf‘%) i, 50 | <10 | <010 | 8880 | 2,130 60 | <10 | <010 | 7430 | 2,670
38-43
issgel  [ucao 75 | <07 | <008 | 61180 | 1,240 80 | =07 | <008 5200 | 1,560
oA 100 | <05 | <0.08 | 6,180 | 990 110 | =05 | <008 | 5200 | 1250
BEAALER ~ < < ~ < <
b b 50 | <08 | <0.10 | 6,360 | 1,270 60 | <08 | <010 | 5300 | 1,590
42-52HRC
Harsened e Sl ca0ts) 75 | <05 | <0.08 | 4440 710 80 | =05 | <008 | 3,710 890
. , 1.237
42-52HRC 100 - - - - 110 - - - _
FEAALER > < < o < <
s S 50 | =05 | <010 | 4,740 950 60 | <05 | <010 | 3,980 | 1,190
55-62
ardena i oo DH102 75 | < <0.08 | 3,300 530 80 | = <0.08 | 2,790 670
1.2344,1.2379
55-62HRC 100 = = = = 110 = = = =
BT S08 (Mg ~50 | =12 | <012 | 12600 | 3780 | ~60 | =12 | =012 | 10,600 | 4,770
1 & 300HBLLT | JC8O015
Gy st o 10 75 | <0.8 | <0.10 | 8820 | 2,120 80 | =08 | <010 | 7,420 | 2,670
R 100 | <06 | <008 8820 | 1,760 110 | <06 | <008 7420 | 2,230
2FULRE ~50 | <10 | <010 | 11400 | 3420 | ~60 | <10 | <010 | 9,550 | 4,300
(SUS304) | 08015 - > > >
BE250HBLT (003 75 | =07 | <008 | 7,980 | 1920 80 | =07 | <008 6,690 | 2400
Stainless steel
Below 250HB 100 | <05 | <008 | 7,980 | 1,600 110 | <05 | <0.08 | 6,690 | 2,000
N ~50 | <10 | =010 | 2,520 600 | ~60 | =10 | <0.10 | 2120 760
FAVEE | 08015
(Ti-6AI-4V) (DH102) 75 =0.7 =0.08 1,740 350 80 =0.7 =0.08 1,480 450
Titanium alloy
100 | <05 | <0.08 | 1,740 280 110 | <05 | <008 | 1480 360

LTV RINEHELES, ap: BARDYAHRS, Qe:

£ : Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEIR

$EARAOYAHFRE, N TEEEGEE, Vi £ Y RE

1) EROUIHIZHE. BEAIMES LTT— RIS C TRECESL,
2) VUPYLFEELESEF, AAFRSELERELYBEILTLESD, HEIVFREYEREEZTFTERACELEL,
3) BHBATRDOEEE., FTUWRAHESZECLTLEIN, RIINBLUVIZTIFTERCEZEL,

4) TF7—TA—IC&YPY S TRELEET>TILEN. HIC,

MEMCTODF ¥ ET A MITEEIY K FREITFELS LS,

5) QMILY v 984 TT754 APMEPME-LSHEEADKEIE, BRELKRSLELEAZOTEHD0%EEICE LERACEEL,

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 Feed speed.
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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



BIE £ FH YOHWH, B3k« 49— b {ZEUEISH

// DIJET

Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QM2 )L/ MPM/MPTH# + TEE— (EP 25—~y FRAA—ILEBES Y 7—1N)

MPM/MPT and MSN type

E ITE#&E (mm) Tool dia.
wulk  |9— b 16/17 /18 20/ 21
Work materials | #1%& F# No. of teeth 4N F# No. of teeth 5N
Grades P de f Vf. P de [ Vf.
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
(Sst%%éf@sc) ~80 <12 | =010 | 7,960 | 4,770 | ~100 <12 | =010 | 6,300 | 4,770
B 2oOHB T | iomios| 120 | =08 | <008 | 5560 | 2670 150 | <08 | <0.08 | 4410 2,670
5.020.C55) 160 | <06 | <008 | 5560 | 2,230 190 | <06 | <008 | 4,410 | 2,230
o ~80 | =10 | <010 | 7,160 | 4300 | ~100 | =10 | <0.10 | 5700 | 4,300
ZSOHBUT | S| 120 | =07 | <008 | 5000 | 2400 | 150 | <07 | <0.08 | 3990 | 2,400
ifeaeiteon) 160 | <05 | <0.08 | 5000 | 2,000 190 | <05 | <008 | 3,990 | 2,000
AN ~80 | <10 | <010 | 7,160 | 4300 | ~100 | <1.0 | <0.10 | 5700 | 4,300
BSS0-SONRC | biom| 120 | =07 | =0.08 | 5000 | 2,400 150 | <07 | <0.08 | 3,990 | 2,400
(1,231, P20) 160 | <05 | <008 | 5000 | 2,000 190 | <05 | <008 | 3,990 | 2,000
ks ~80 | =10 | <010 | 5560 | 2,670 | ~100 | =<1.0 | <0.10 | 4440 | 2,670
e AR | N e| 120 | =07 | <008 | 3900 | 1560 | 150 | <07 | =<0.08 | 3,090 | 1560
ReitEell 160 | <05 | <0.08 | 3,900 | 1,250 190 | <05 | <008 | 3,00 | 1,250
(SKDE%JB%WDHA) ~80 <0.8 | <010 | 3,980 | 1590 | ~100 | =<0.8 | <0.10 | 3,180 | 1,590
R ltsore| 120 | =05 | <008 | 2780 | 890 150 | <05 | =008 | 2220 | 890
(1.2344, 1.2379)
42-52HRC 160 - - - - 190 - - - -
BEA M8 -~ < < i~ < <
o AE 80 | <05 | <0.10 | 2,980 | 1,190 100 | =05 | <010 | 2,370 | 1,190
[BS55-62HRC | pHto2 | 120 | =<0.3 | <0.08 | 2,080 670 150 | <03 | <0.08 | 1,650 670
(1.2344, 1.2379)
55-62HRC 160 - - = = 190 - - — _
e ~80 | <12 | <0412 | 7,960 | 4770 | ~100 | <12 | <012 | 6,300 | 4,770
B lirios| 120 | =08 | =010 | 5560 | 2670 150 | =08 | =<0.10 | 4410 | 2,670
AT 160 | <06 | <0.08 | 5560 | 2,230 190 | <06 | <008 | 4410 | 2,230
ZFULAS ~80 | <10 | <010 | 7,160 | 4300 | ~100 | =<1.0 | <0.10 | 5700 | 4,300
(SUS304) JC8015
BE25OHBLIT (S0 120 | =07 | <008 | 5000 | 2400 150 | =07 | <008 | 3,990 | 2,400
Stainless steel
Below 250HB 160 | <05 | <0.08 | 5000 | 2,000 190 | =05 | <008 | 3,990 | 2,000
~80 | <10 | <010 | 1,600 | 760 | ~100 | <1.0 | <0.10 | 1,260 760
FIVEE | 08015
(Ti-BAI-4V) (DH102) 120 =07 =0.08 1,120 450 150 =07 =0.08 870 450
Titanium allo
g 160 | <05 | <0.08 1,120 | 360 190 | <05 | <008 | 870 360

L:TUFILRELERSE, ap: MAROLYAAHRES, Qe

£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

wfEREDIEEE

FEAROYLAHRE, N TERERE, Vi &Y EE

1) EROUIHIZHE. EEAMES LTT— RIS C TRECESL,

2) VPYNREELESERF, VAAFRSELERELYIECLTIEED, HIVRFREYEREETFTERACELEL,

3) BHMBATRDEHEE., ETURAARSIZECLTLLEIN, RIINBLUVIETIFTERACEZEL,

4) TT7—JR—IZK YUK THREREBZITOTLLESL, IS,

AHBMCTOF v ETAMITIEHYY K FREBITEECFZSLY,

5) QMILY v 984 TT54 APMEPME-LSHZEADKEIE., BRELRSLELREHAZOTEHD0%EEICE LERACESELY,

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 Feed speed.
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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts" (For side finishing)

QM= )L/ MPM¥ + MBE—1 (E¥a15—A~y KEA—ILBEL v 7—N)

New generation high feed mill

MPM and MSN type

A4 TIE®Z (mm) Tool dia.
5 Hl ¥4 H— K 25 30 32
Work materials | #1%& F%k No. of teeth 6N F# No. of teeth 7N F# No. of teeth 8N
Grades ap de Vf p de \4i p de V'
(mm) (mm) (mm) | (min"") |(mm/min)] (mm) (mm) (mm) | (min™") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)
(Ssgigéﬂ_)sc) ~120| £1.2<0.10/5,090 |4,580 [~160| =1.2|=0.10/4,200 [4,410 |~160| =1.2 |<0.10|3,980 |4,770
FE&250HBLIT | JC8015
Casencicd (10102 190 | <0.8 |<0.08/3,560 |2,560 | 240| <0.8|<0.08/2,940 |2,470 | 240 =<0.8 |<0.08/2,780 |2,670
Bol, oo 235| 0.6 <0.08/3,560 2,140 | 290| <0.6 |<0.08/2,940 |2,060 | 290 <0.6|<0.08/2,780 2,230
o ~120| 1.0/=<0.10/4,580 4,120 |~160| =1.0|=0.10/3,800 | 3,900 [~160| 1.0 |=<0.10/3,580 |4,300
oSBT | | 190| 0.7 |<0.08/3,200 2,300 | 240| <0.7|<0.08/2,660 (2,230 | 240| <0.7 | <0.082,500 2400
St sil) 235| <0.5|=<0.083,200 |1,920 | 290| <0.5|=0.08/2,660 | 1,860 | 290| <0.5 |<0.08/2,500 |2,000
TYN—K ~ < < ~ < < ~ < <
o S e 120| =1.0/=0.10/4,580 |4,120 [~160| <1.0|<0.10/3,800 |3,990 |~160| <1.0 |<0.10/3,580 |4,300
30-36HRC
"N sgs: | (DHi0D) 190| 0.7 |<0.08/3,200 |2,300 | 240| <0.7|<0.08/2,660 |2,230 | 240 =<0.7 |<0.08/2,500 |2,400
Er i 235| <0.5<0.08/3,200 1,920 | 290| <0.5|<0.08/2,660 |1,860 | 290| <0.5|<0.08/2,500 |2,000
an_ ks ~120| 1.0|=<0.10/3,560 |2,560 |~160| <1.0|=0.10/2,960 | 2,490 [~160| <1.0 |<0.10/2,780 |2,670
< 38-43HRC | DH102
S AR | o 190] <0.7/<0.082.490 1490 | 240| <0.7 |<0.08/2,060 | 1440 | 240 <0.7|<0.08/1,950 1,560
(2ot Ba 235| <0.5|<0.08/2,490 |1,200 | 290| <0.5|=<0.08/2,060 |1,150 | 290| <0.5 |<0.08/1,950 |1,250
BEAALER ~ < < ~ < < ~ < <
son thcen 120| <0.8/=0.10/2,550 |1,530 [~160| <0.8 |<0.10/2,120 |1,480 |~160| <0.8 | <0.10/1,990 |1,590
42-52HRC
Harsene d e (G015 190| <05 |<0.08/1,780 | 850 | 240| <0.5|<0.08/1480 | 830| 240 =<0.5|<0.08/1,390 | 890
otk 235 - | - | - | - |20 - | - | - - |20 - |- | -] -
BEA N e < < o < < o < <
st S 120| =0.5/=0.10/1,910 |1,150 [~160| <05 |<0.10/1,580 | 1,110 [~160| <0.5 | <0.10/1,490 | 1,190
55-62HR
arsenes d S0 DH102 | 190| <0.3|<0.08/1,340 | 640 | 240| <0.3|<0081,100  620| 240| <0.3/<0.08/1,040 | 670
R eariag 235 - | - | = | =20 - [ -] -] -1]20 -|-1]-1-
% S5 ~120| <1.2/<0.12/5,000 4,580 |~160| <1.2|=<0.12/4,200 |4,410 |[~160| =1.2]|<0.12/3,980 |4.770
EE300HBLLT [JCBO1S | 4901 <081<010/3560 [2,560 | 240| <0.8|<0.10/2,940 |2.470 | 240 <0.8|<0.102,780 |2,670
Grey(& Nodular cas)t iron| (DH102)
GG, GGG
£GC, 86G), 235| <0.6 <0.08/3,560 2,140 | 290| <0.6 |<0.08 2,940 |2,060 | 290 <0.6|<0.082,780 2,230
Az LR ~120| £1.0<0.10/4,580 |4,120 |~160| 1.0 |<0.10/3,800 |3,990 [~160| <1.0|=<0.10/3,580 |4,300
SUS304
E&250HBLLT (Jg,ffgg) 190 0.7 |<0.08 3,200 |2,300 | 240| 0.7 | <0.08/2,660 2,230 | 240 <0.7 |<0.08 2,500 |2,400
Stainless steel
Below 250HB 235| <0.5|<0.08/3,200 |1,920 | 290| <0.5|=0.08/2,660 | 1,860 | 290| <0.5 |<0.08/2,500 |2,000
N ~120| £1.0/<0.10/1,020 | 730 |[~160| =1.0|=0.10] 840| 710 |~160| <1.0|<0.10/ 800 | 760
FAVEE | 08015
(iearav) |55l 190 0.7 <008/ 710 | 430| 240/ <07 <008 580 | 410| 240| <0.7 <008 560 | 450
Titanium allo
Y 235| <0.5 <008 710 | 340| 290| <05|<0.08 580 | 320| 290 <0.5|<0.08/ 560 360

L TURINEBHLERSE, ap: ARDYAHFES, Ge: FEFAAOYAARSE, N : TEREGRERE, Vi #EYRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

fERLDOIEEE

1) EROUIHIZHE. BEAIMES LTT— RIS C TRECESL,
2) VUPYLFEELESEF, AAFRSELERELYBEILTLESD, HEIVFREYEREEZTFTERACELEL,
3) BHBATRDOEEE., FTUWRAHESZECLTLEIN, RIINBLUVIZTIFTERCEZEL,

4) TF7—TA—IC&YPY S TRELEET>TILEN. HIC,

MEMCTODF ¥ ET A MITEEIY K FREITFELS LS,

5) QMILY v 984 TT754 APMEPME-LSHEEADKEIE, BRELKRSLELEAZOTEHD0%EEICE LERACEEL,

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 Feed speed.

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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)

// DIJET

QM= )L/ MPM/MPTH# + MEBE—# (E¥ 15—~y KRAA—ILBEL v T7—N)

MPM/MPT and MSN type

E ITE#&E (mm) Tool dia.
wulk  |9— b 10/ 11 12/13/14/15
Work materials | #15& % No. of teeth 2N % No. of teeth 3N
Grades P de f Vf. P de [ Vf.
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
(Ssg“g%g@sc) ~50 | <012 | 5~10 | 7,920 | 3,170 ~60 | <0.12 | 6~12 | 6,630 | 3,980
BZOOHBUT | S| 75 | =010 | 5~10 | 5940 | 1,900 80 | <010 | 6~12 | 4970 | 2,380
5.020.C55) 100 | <010 | 5~8 | 5100 | 1,430 110 | <010 | 6~10 | 4,300 | 1,800
o ~50 | <012 | 5~10 | 7,320 | 2,640 | ~B60 | <012 | 6~12 | 6,100 | 3,290
BZooHBUT | ey 75 | <010 | 5~10 | 5460 | 1,580 80 | <010 | 6~12 | 4580 | 1,980
tize e 100 | <010 | 5~8 | 4740 | 1,190 10 | =0.10 | 6~10 | 3,960 | 1,500
(Hg,'\jl;\;xg‘/gglo) ~50 | <012 | 5~10 | 7,320 | 2,640 ~60 | <0.12 | 6~12 | 6,100 | 3,290
BSS0-SONRC | biom| 75 | =0.10 | 5~10 | 5460 | 1,580 80 | <010 | 6~12 | 4580 | 1,980
(1,231, P20) 100 | <010 | 5~8 | 4740 | 1,190 110 | <010 | 6~10 | 3,960 | 1,500
ZanCkas ~50 | <012 | 5~10 | 6,360 | 1,530 | ~60 | <012 | 6~12 | 5300 | 1,910
B8 aaHRC | O | 75 | =010 | 5~10 | 4800 | 920 80 | <010 | 6~12 | 3980 | 1,150
bz, il 100 | <010 | 5~8 | 4140 | 700 10 | =0.10 | 6~10 | 3,450 870
(SKD’?%AD*ALC%WDHA) ~50 | =0.10 | 5~10 | 3,840 770 ~60 | =0.10 | 6~12 | 3,180 960
(BLA2B2HRC | esors| 75 | =008 | 5~10 | 2,880 | 460 80 | <008 | 6~12 | 2,380 | 570
(1.2344, 1.2379)
42-52HRC 100 - - - - 10 - - - -
(SKD%)&B%DCW ~50 | =<0.10 | 5~10 | 2,220 350 ~60 | =<0.10 | 6~12 | 1,860 450
[B265-62HRC | DH102 75 | =0.08 | 5~10 | 1,680 210 80 | =0.08 | 6~12 | 1,400 270
(1.2344, 1.2379)
55-62HRC 100 = = = = 110 = = = =
e ~50 | <015 | 5~10 | 6,360 | 1,910 | ~60 | <0.15 | 6~12 | 5300 | 2,380
B OO ooy 75 | <012 | 5~10 | 4800 | 1,150 80 | <012 | 6~12 | 3,980 | 1430
556, 8GG), 100 | <010 | 5~8 | 4,140 810 110 | <010 | 6~10 | 3,450 | 1,010
ZFULAS ~50 | <012 | 5~10 | 7,320 | 2,640 | ~B60 | <012 | 6~12 | 6,00 | 3,290
(SUS304) JC8015
BE250HBLIT (S0 75 | =010 | 5~10 | 5460 | 1,580 80 | =010 | 6~12 | 4580 | 1,980
Stainless steel
Below 250HB 100 | <010 | 5~8 | 4740 | 1,190 10 | =0.10 | 6~10 | 3,960 | 1,500
~50 | <012 | 5~10 | 1,560 | 370 | ~60 | <012 | 6~12 | 1,330 480
FIVEE | 08015
(ieaav) [l 75 | <0410 | 5~10 | 1,200 | 230 80 | <010 | 6~12 | 1,000 290
Titanium alloy
100 | <010 | 5~8 | 1,020 170 110 | <010 | 6~10 | 860 220

L TUFIARELRES, ap: BAROYEAHRSE, e #BFAOYRAAFRS, N TEREREE, Vi #YEE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

wfEREDIEEE

1) EROUIHIZHE. EEAMES LTT— RIS C TRECESL,

2) VPYNREELESERF, VAAFRSELERELYIECLTIEED, HIVRFREYEREETFTERACELEL,

3) BHMBATRDEHEE., ETURAARSIZECLTLLEIN, RIINBLUVIETIFTERACEZEL,

4) TT7—JR—IZK YUK THREREBZITOTLLESL, IS,

AHBMCTOF v ETAMITIEHYY K FREBITEECFZSLY,

5) QMILY v 984 TT54 APMEPME-LSHZEADKEIE., BRELRSLELREHAZOTEHD0%EEICE LERACESELY,

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 Feed speed.
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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)

Ouick & Mini

Ly}

New generation high feed mill

QM= )L/ MPM/MPTH#, + fBE—# (E¥ 15—~y RRAA—ILBES Y9 T7—N)

MPM/MPT and MSN type

4> IE® (mm) Tool dia.
WA |Y—k 16/17 /18 20/ 21
Work materials | #1%& F# No. of teeth 4N F# No. of teeth 5N
Grades 4 p ae f V. p ae r Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
R ~ < ~ ~ < ~
By | 80 | <012 | 8~16 | 4980 | 3,980 100 | <012 | 10~20 | 3,960 | 3,980
250 2
Casencicd (10102 120 | <010 @ 8~16 | 3,740 | 2,380 150 | <0.10 | 10~20 | 2,970 | 2,380
Bol, 160 | <010 & 8~13 | 3240 | 1,800 190 | <0.10 | 10~16 | 2,550 | 1,800
TEH ~ < ~ o < o
oidon | . 80 | <012 | 8~16 | 4,580 | 3,290 100 | =<0.12 | 10~20 | 3,660 | 3,290
255HBLLT - -
TS liowoa 120 | <010 | 8~16 | 3,440 | 1,980 150 | <0.10 | 10~20 | 2,730 | 1,980
g L8 160 | <010 & 8~13 | 2,980 | 1,500 190 | <0.10 | 10~16 | 2,370 | 1,500
TYn—KL ~ < ~ ~ < ~
%5347“57"20) e 80 | <012 | 8~16 | 4580 | 3,290 100 | <012 | 10~20 | 3,660 | 3,290
30-36HRC
"o sgs: | (DH10D) 120 | <010 & 8~16 | 3,440 | 1,980 150 | <0.10 | 10~20 | 2,730 | 1,980
Ersnes 160 | <010 & 8~13 | 2,980 | 1,500 190 | <0.10 | 10~16 | 2,370 | 1,500
TYn—E U8 -~ < ~ o < o
(%\?QHPM(PZC” o 80 | <012 | 8~16 | 3,980 | 1,910 100 | =<0.12 | 10~20 | 3,180 | 1,910
38-43HR!
o e uceoTs 120 | <010 | 8~16 | 2,980 | 1,150 150 | <0.10 | 10~20 | 2,400 | 1,150
Lo 160 | <0.10 | 8~13 | 2,580 870 190 | =0.10 | 10~16 | 2,070 870
BEA N ~ < ~ ~ < ~
b o 80 | <0.10 | 8~16 | 2,380 960 100 | <010 | 10~20 | 1,920 960
42-52HRC
Harsened e Seo|UCa01E) 120 | <008 | 8~16 | 1,780 570 150 | <0.08 | 10~20 | 1,440 570
1.2344, 1.2379
42-52HRC 160 - - - - 190 - - - -
BEA A8 ~ < ~ .~ < .
s S 80 | <010 | 8~16 | 1,400 450 100 | =0.10 | 10~20 | 1,110 450
55-62HR!
Hardon g o DH102 | 120 | <0.08 | 8~16 | 1,040 270 150 | <0.08 | 10~20 | 840 270
Stk 160 | - - - - 190 | - - - -
b e e ~80 | <015 | 8~16 | 3,980 | 2380 | ~100 | <0.15 | 10~20 | 3,180 | 2,380
5 = 300HBLLT | JC8015
Gy sy o (0102 120 | <012 @ 8~16 | 2,980 | 1,430 150 | <0.12 | 10~20 | 2,400 | 1,430
B Sea 160 | <0.10 | 8~13 | 2,580 | 1,010 190 | <010 | 10~16 | 2,070 | 1,010
2FULRE ~80 | <012 | 8~16 | 4580 | 3290 | ~100 | <012 | 10~20 | 3,660 | 3,290
maasonbiT | /801 < =
U | Bios)| 120 | <010 | 8~16 | 3440 | 1980 150 | <0.10 | 10~20 | 2,730 | 1,980
Stainless steel
Below 250HB 160 | <010 | 8~13 | 2,980 | 1,500 190 | <0.10 | 10~16 | 2,370 | 1,500
N ~80 | <012 | 8~16 | 1,000 480 | ~100 | <0.12 | 10~20 | 780 480
JoaBs  |csots = =
TL6A-Y) |t 120 | 010 | 8~16 | 740 290 150 | <0.10 | 10~20 | 600 290
Titanium alloy
160 | <0.10 | 8~13 | 640 220 190 | <0.10 | 10~16 | 510 220

L TURINRBHLERSE, ap: ARDYAHFES, Ge: FEFAAOYAARSE, N : TEREGRERE, Vi #EYRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

fERLDOIEEE

1) EROUIHIZHE. BEAIMES LTT— RIS C TRECESL,

2) VUPYLFEELESEF, AAFRSELERELYBEILTLESD, HEIVFREYEREEZTFTERACELEL,

3) BHBATRDOEEE., FTUWRAHESZECLTLEIN, RIINBLUVIZTIFTERCEZEL,

4) TF7—TA—IC&YPY S TRELEET>TILEN. HIC,

MEMCTODF ¥ ET A MITEEIY K FREITFELS LS,

5) QMILY v 984 TT754 APMEPME-LSHEEADKEIE, BRELKRSLELEAZOTEHD0%EEICE LERACEEL,

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 Feed speed.
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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)

QM= )L/MPMF + MEE— (EP 15—~y FREA—IBEL v I F7—/\)

// DIJET

MPM and MSN type

E ITE#&E (mm) Tool dia.
wmElM  |H—F 25 30 32
Work materials | ##& A% No. of teeth 6N F# No. of teeth 7N % No. of teeth 8N
Crades | wmy | by | ) | o) ot iy | ol | ) | it comim| ey | ) | G | ooty |y
T8 o ~120|0.12112~25 3,180 |3,820 [~160 | <0.1215~302,640 |3,700 |~160 | <0.12/16~32/2,490 |3,980
250HBL
EE%;’S”S;E%'T umos)| 190]=0.10112~252,380 | 2,280 | 240 |<0.10/15~30 1,980 |2,220 | 240 <0.10116~321,870 2,380
B g 235|<0.06/12~202,070 |1,740 | 290 |<0.06/15~24/1,700 |1,670 | 290 |<0.06/16~261,620 | 1,800
o2 ~120|=0.12112~252,930 |3,160 [~160 | <0.12115~302,440 |3,070 [~160|<0.12/16~32/2,290 |3,290
B ZooBLT | | 190|=0.1012~252,200 1,900 | 240|<0.1015~301,820 1,830 | 240|<0.10116~321,720 1,980
ifeaeiteon) 235|<0.06112~201,900 |1,440 | 290 |<0.06/15~241,580 |1,390 | 290 |<0.06/16~26 1,490 |1,500
<?§§;7§'?_3X§:§ﬂ%” o ~120|0.12112~252,930 |3,160 [~160 | <0.12/15~302,440 |3,070 |~160 | <0.12/16~32/2,290 |3,290
R | | 190/ =0.1012~252,200 | 1,900 | 240 |<0.1015~301,820 1,830 | 240|<0.10116~321,720 1,980
(1,231, P20) 235 /<0.0612~20 1,900 |1,440 | 290 |<0.06/15~24 1,590 |1,390 | 290 =<0.06/16~26 1,490 |1,500
R ~120|=0.12112~252,550 |1,840 [~160|<0.12115~302,120 |1,780 [~160|<0.12/16~32/1,990 |1,910
B oRC | N ore)|  190/=0.1012~251,910 1,100 | 240|<0.10115~301,600 1,080 | 240|<0.10/16~32 1490 | 1,150
S, ) 235|<0.06/12~201,660 | 840 | 290|<0.06/15~24/1,380 | 810 | 290|<0.06/16~26/1,290 | 870
%ﬁ%&gﬂ’ﬁé’ o ~120/0.10112~251,530 | 920 [~160|<0.10115~3011,280 | 900 [~160|<0.10116~321,190 | 960
R | sore)| 190/ <0.0812~251150 | 550 | 240|<0.0815~30 960 540 | 240 <0.08/16~32 890| 570
(1.2344, 1.2579) 25 - | — | — | — |20 - | - | - | - |20 -] -] -] -
<SKD%,]§Z(B@DC11) ~120|=<0.10[12~25 890 | 430 |~160|=<0.1015~30 740 | 410 [~160 =0.10[16~32 700 | 450
JESS5-62HRC | piyop | 190 |<0.0812~25 670 | 260 | 240|<0.08/15~30 560| 250 | 240/=<008/16~32 520| 270
SR (o) 235 - | - | = | — |20 - | =] = | = |20 -] -] -]-
M«?‘(ﬁé”“ggggbﬁﬁ ~120|=0.1512~25 2,550 2,300 |~160|=0.15[15~302,120 |2,230 |~160 | =<0.15[16~32/1,990 |2,380
300HBL JC8015
G‘EYE%M&%%& us)| 190]=0.12112~251,910 1,380 | 240|<0.12/15~30 1,600 | 1,340 | 240 <0.12116~321,490 1,430
Balon S00HiE 235|<0.1012~20 1,660 | 970 | 290|<0.1015~24/1,380 | 940 | 290|=<0.10116~261,290 |1,010
2F UL ~120|<0.12112~252,930 |3,160 [~160 | <0.12115~302,440 |3,070 [~160 | <0.12/16~32/2,290 |3,290
agé?zﬁéﬁ%&xl | 190/=0.12112~252,200 [1,900 | 240 <0.12/15~301,820 1,830 | 240 |<0.1216~32 1,720 |1,980
Balon 250118 235|<0.10[12~20/1,900 | 1,440 | 290|=<0.10115~24/1,590 | 1,390 | 290 =<0.10/16~26 1,490 | 1,500
~120|<0.12112~25 640 | 460 [~160|<0.12115~30 520 | 440 [~160|<0.12116~32 500 | 480
FIVEE | 08015
(Te6akav) | (5eo] 190 <0.10112~25 480 | 280 | 240/<0.1015~30 400 270 | 240|<0.10116~32 370 290
Thanium alloy 235|<0.06[12~20 420 | 210| 290|<0.06/15~24 340 | 200| 290|<0.06/16~26 320 | 220

L ITVRILNERHLERS, ap: ARDYRAHRSE, Ge: FEFAOYAARSE, N : TEREGREE, Vi #EYRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEE
EEROUIHIZMHE. EEAMES LTT— RIS C TRECESL,
VUYL RELHER, YAARSEERBELYVBEILTIEZED, HIVRFREYEREEZTFTERACE S,
BHENTEDEEIF, FTURAARETEELTLEZL, RINELVVIETIFTEACEZEL,
IF7—TJA—IC&YPY K FREDEBETOTILEN, HIC,
QMEILY v 2984 T 754 APME/PME-LSHEERADIRIE., RHLRESLZLEH I OTEHDE0%EECEC LEACEEL,

1)
2)
3)
4)
5)

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 Feed speed.

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.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.

AHBMCTOF v ETAMITIEHYY K FREBITEECFZSLY,



K734
$40~ 66

Va kel
$16~p40

EDa5—4547
P16~p42

E

-
|
E
—
—

{E3EHT Low cutting force

BEDIRTEREZFEL-EBEREA U0 —F (WHEREKRRKL25%ERE) T.
Ap=1.0mMTHOMILAEELGHEEEMIAIE, F/=. 1.7mmUEOMIRESITE T
LUIHEER - BIAENEE S, IEEMITLREL L,

Adopted unique 3D geometry inserts with low cutting force (25% lower than conventional tool), QM
MAX achieved high efficient machining up to ap=1mm.

Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity
milling.

= Excellent for vertical wall machining.

% X Multi blades specification
ZHHKZRICEYEEZEYMIAFEET. 1Y < FHHE144cc/min (932E15—4 4
TERE) X,

Multi blades specification achieved Q=144cc/min.

e
IRE)D1)— Vibration free

EDa5—~y FMQXHERE. BRMBRICEN-A—IVEBEL v 07—/ [REE—
B ZHAEDESLIZEY, VRYLGL, BRREMIEA VY —FORFGILER

“QM MAX” MQX type can be possible high efficient machining and longer tool life, due to control
the vibration by the combination of MSN carbide shank holder.



// DIJET

AP —F/N)IT—3>  Inserts variation

=t mEEYRHEEIER

High feed insert High feed insert for unfavorable condition

EPMT100312ZER EPMT100312ZER | EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

;.E'\-EEE?;H;-—F FILZEEIYE EEEYA FAURHIYA

High hardened steel Shoulder milling insert Shoulder milling insert Shoulder milling insert
for aluminum alloy for steel for Ti-alloy

EPHW100316ZTR ZPMT1003...ZER-NL ZPMT1003...ZER-PL ZPMT1003...ZER-SL
(3—7 R0.4,0.8,2.0) (2—7 R0.4,0.8, 2.0) (3—7 R0.4,0.8,2.0)

B - BE L FBE
T T aw an i AL RAETE. I ATHZY + BEYMT A

bottom face / contouring milling aee | &BIC.ES5—A2 Y —FYPHWEESERICE
CBNA 45— K Y. SIHRICE SEEEN OBBELET - &
Y miEtEIFMITZERR,

YPHW1003...ZER-... YPHW100308ZTR-F1

A oY — bHEICE. AREAEL . —REINSEEEM. FEUEE - MRSSZEDOHEMFE THGARELHPVDI—T 1
VU #TE (JC8118) | MifEtIAIICHEBELPVDI—T 4 > #1E (JC8050) . MIREMHATHBABMEMARD 5N HIMI X
L. SY—BORFMILEZERRT HHPVDI—T « VI #7& (JC7560) [TmMZ. / >a— bk (FC18) (7 ZHA) . HPVD
a—TF 4 VJMIE (UC7518) (FAUA) ICMA. FAUEL - MRAELEOHHMMIICRELEFPVDI—T 1 U #iE
(DS150) . (DS118) #3A4>v+v T, Fl=. LEFADIF—1 % — FYPHWRICIF., —MSOR T2 LR, $Hike
MEIA < RIS BE A APVDa —F « U U #4F8 (JC8015) . ¥— A w b (CX75) . BEEM - BFEMIMAITPVDI—F 1 > 5
##E (DH102) L UBEMIICHBEACBNMEZRIA/NY T—2 3 VK,
Adopted new PVD coated grade “JC8118” possible to cut general steel, hardened material, Ti-alloy and heat-resistant alloy,
tough grade“JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance &
impact strength and tool life. And,available now uncoated grade “FC18” for aluminum alloy & new PVD coated grade

“JC7518” for Ti-alloy and new coated grade “DS150” “DS118” for machining difficult-to-cut materials such as Ti-alloys and
haet resistant alloys.

Moreover, “MIRROR INSERT” YPHW type adopted generic PVD coated grade “JC8015” that have a wide application, cermet

“CX75”, PVD coated grade “DH102” for high speed machining in high hardened material, and CBN grade for high speed ma-
chining.
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YM M/Z

5)[=TEed- 28 Cutting performance

Tool life comparison

0.5

224m(NG)

QM384miZE Rk

QM max achieved 384m,

/‘ 64m (NG)

#WHEI# Material: 0.4

Z1)n— K48 (NAKS8O, 40HRC) P21, 40HRC
fEAA > — k Insert No.:
EPMT100312ZER (JC8050)
YIHIS& 4 Cutting conditions:
Dc=32mm, Vc=120.6m/min (N=1,200min"") ,
f=3mmjrev (Vf=3,600mm/min) (643 6N) ,
Aap=0.6mm, ae=19mm, Q=41cc/min
B TH& & Overhung length : £=100mm
JEHIY Shoulder cutting, #™ >4 v & Down cut,
=X (T7—J8—) Dry (Air blow)

0.3

288m (HE#5EH])

(Still able to continug)

0.2

- QUM< v ¥ X QM MAX| |

0.1
—h— Att Competitor A
d —@- F#t Competitor F

SAEIFEEFES (mm) Max flank wear

0 64 128 192 256 320 384
tIEIE (m) Cutting length

Metal removal rate comparison

S50CHIHIEFD1KwH =YY< HEHE
Metal removal rate / 1Kw on C50

30
(CCKw) | TE ¢Dc=32mm
ae=20mm
25
20
15
10
ap=1mm, Vf=4.5m/min |@p=0.6mm, V{=12m/min
= QMY Y9 R QM MAX 24.59 27.27
u A%t Competitor A 23.08
uF%t Competitor F 24 .49

AMTy 2R (MAXH) (Ffatt KL YUEN S EAEL.
BHAELEYVOUYSTHHENHE6~10% B
Metal removal Q/Kw of QM MAX is 6%—10% Eg&mm:;
higher than Competitor's tool.

EEALH
g




A/ oroET
QMT YR ESa5—AwE Modular head MQX type
TYPE 49— > kIRt E Through coolant hole r_] o
Y [T [
Fmuy A Rry kT Y Y BT

GBody, -
@Y For high feed milling

TN
A = ~— b il ﬂ,j
K<J/ ° ol | 80N I (1

N
< Lf

¢ Db
=
O

Tt
R

MD

¢ Db

5/
g S } — -
R0.4~R2.0 Lf
s & (mm) Dimensions IR & Parts
& 7| % SHEA b | Ciorns sams | et o)
Cat. No. Stock I’r‘]‘ge:g ¢Dc| Lf |¢Db/ MD | C | W Applicable inserts & /<§
MQX-2016-M8 [ ] 2 16 | 23 14 M8 8|12
MQX-2017-M8 ( 2 17 | 23 114 M8 8| 12
MQX-3020-M10 [ 3 20| 30 |18 |M10| 9 | 14 TSW-2556H
MQX-4020-M10 ( 4 20 | 30 |18 | M10| 9 | 14
MQX-4021-M10 [ ] 4 21| 30 |18 |M10| 9 | 14
MQX-4025-M12 (] 4 25 | 35 |225|M12| 10 | 17
MQX-5025-M12 (] 5 25 | 35 | 225 |M12| 10 | 17
MQX-4026-M12 () 4 26 | 35 |225|M12| 10 | 17
MQX-5026-M12 | @ | 5 | 26 | 35 |22.5|M12| 10 | 17 |EP* *1008% *Z*R
ZPMT1003 * % ZER-* * A-08
MQX-5028-M12 | ® | 5 | 28 | 35 |23.6|M12| 10 | 17 |\privnooss 7 %Rox %
MQX-5030-M16 [ 5 30 | 43 |27 |M16| 12 | 22
MQX-5032-M16 [ 5 32 | 43 |29 |M16| 12 | 22 DSW-2563H
MQX-6032-M16 [ ] 6 32 | 43 |29 |M16| 12 | 22
MQX-5035-M16 [ ] 5 35| 43 |29 |M16| 12 | 22
MQX-6035-M16 [ 6 35| 43 |29 |M16| 12 | 22
MQX-6040-M16 [ 6 40 | 43 |32 |M16| 14 | 26
MQX-7040-M16 [ 7 40 | 43 |32 |M16| 14 | 26
MQX-6042-M16 * 6 42 | 43 |32 |M16| 14 | 26
(M8% A FIZIFFERR/F (DSHAT) OFERAEHRLET, ) 95 ThRUKE | #EALS (N-m)
3.2019F2ARMH LY. LUFEEUY S TR LESMFERHILH (MOLY) FXRKIZHBL=LELA (BIF) . Campseren{Recommencediordue
BlEERDH 2SN, DSW-2563H 1.1

Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque.
(When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.)
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

® : A—hH—FER Standard stock items © : JEBAEERM Soon to be stocked Ko BAIRYEFER (WEI108 ~28MEE) Stock in Europe. (14 days delivery upon ordering)
O : HEEABLHYREEE Soon to be deleted
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' Y Y 4

e e End mill type

9 —3 > 7t Through coolant hole

Y

oD1

$D

N\

I

|

|

|

i
¢Ds

L2 fs

RE1.2~RE2.0

@S KD A For shoulder milling

¢ Dc

|

|

|

|

i
¢Ds

L2 Ls
RE0.4~RE2.0 .
st i&(mm) Dimensions & 5 Parts
. 957l | LYF (BI5)
m & | A A ¥ —h Clamp screw | Wrench(N%2e.)

No. of i i
Cat. No. Stock T ¢Dcl L2 | Us L |¢D1/¢Ds Applicable inserts § /§

YPHW1003 * * DSW-2563H
40 | 45 | 105 | 150 |38.3 | 32 Z*R-k %

QXP-2016-30-S16 | O | 2 |16 | 30 | 70 | 100 |15 | 16 | gpx s1003% %
QXP-3020-50-S20 | O | 3 | 20 | 50 | 80 | 130 (18.85 20 Z*R TSW-2556H
QXP-4025-60-525 | O | 4 | 25| 60 | 80 | 140|236 25| ZPNTI003%* A-08
QXP-5032-70-S32 | O | 5 |32 | 70 | 80 | 150 |30.45 32

6

QXP-6040-45-S32 | O

F) LRLEIZA o — FREARAATHY FA, BEEROHIELEL,

YIHIZ 4 Cutting conditions (R IaSED
2. 20192 EMER &Y. LYFELUVI S TR UEERMERLE (MOLY) FRKIZHBLZLEREA (BIFE) .

AEERDFZEL, 952 ThlRE | #ENLY (N-m)
Note) 1. All cutters are supplied without inserts. ?;’\;‘\;’;;’::H Remmm:";’ed lorqHo
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production. DSW-2563H 11

® : FA—hH—FER Standard stock items © : EA#EES Soon to be stocked o BARYEFES (MEI10B~2EMEE) Stock in Europe. (14 days delivery upon ordering)
O : #EMGE{ZYREREE Soon to be deleted




A/ oroET
RFPRLTISA A Facemill type

G-B@dy 7_5>Fﬁ1#% Through T Q . w Q’
G a8 TEHIY K4y I E%W‘ HH Y B E T M

@=:%YMA For high feed milling @EHIYFA For shoulder milling
¢ Db ¢ Db
od #d
ﬁ ﬁ
| ) | ~
_¢dt | RE1.2 _pd1 | \Mo
¢ Dc ¢ Dc
@ =% Y A For high feed milling @JEHY A For shoulder milling
(QXP-8066R) (QXP-8066R)
¢ Db ¢ Db
¢d ¢d
_a_ _a_
L = L -
\ 1O\
== © = °
odi RE1.2 ¢d1 RE0.4~R2.0
¢ Dc ‘ ¢ Dc
BT 3 e Pk I ;% (mm) Dimensions *thits e
No. of oH—k
Type Cat. No. Stock| " is| #Dc| Lf | @Db| ¢d | ¢d1| a b y) Ap;fl ic/able e Parts
JUE |QXP-BOSOR | ® | 8 | 50 50 | 40 22225 17 | 84 5 | 20 IRl
I;j z QXP-8063R | ® | 8 | 63 | 50 | 48 22225 17 | 84| 5 | 20 &
Inch Bore | QXP-8066R () 8 66 | 50 | 60 (22225 17 | 84| 5 20
QXP-6040R-16 | ® 6 40 | 45 | 35 | 16 | 14 | 84 56 | 18 [EP* >£10|g3* * SW-2563H
QXP-7040R-16 | ® | 7 | 40 | 45 | 35 16 | 14 | 84| 56 | 18 |zpyT1003% *
7% |QXP-7050R-22 | ® | 7 | 50 | 50 | 40 | 22 | 17 |10.4 63 | 20 | ZER**jLuF am
=) YPHW1003 * * | (Not be included)
Y42 QXP-8050R-22 | @ 8 50 50 40 22 17 1104 | 6.3 | 20 Z¥R-%x%x [
Metric Borel QXP-8052R-22 | * 8 52 50 40 22 17 1104 6.3 | 20 ’/ﬁ
QXP-8063R-22 | ® 8 63 | 50 | 48 | 22 | 17 |104 | 6.3 | 20
A-08
QXP-8066R-27 | * 8 66 50 48 27 20 (124 | 7 22
H) 1L RIS v — MEEAFAATHY ERA. BEBRHEEL, H]HI 544 Cutting conditions (I A=
2. 2019 2A BN &Y. LUFELUS S TR LHESFERHILR (MOLY) FARKICHBL:LELA BIF) . _
iR < L. el P
DSW-2563H 1.1

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

® : F—h—7ERM Standard stock items © : EATEES Soon to be stocked * o ESIRYEER (WME108 ~2:8MFEE) Stock in Europe. (14 days delivery upon ordering)
O : EENZHYREREE Soon to be deleted




‘ Il l I zau'd‘ &zmmz' New generation high feed mill
elV VY.

MQX,/QXP

ZPMT-PL/NL/SLFsA >4 —+ : il - EEmOFELEF~EEFMIFECRlgEERBEIY A 9 — L,

A 7R FEAVREARMNCZSA VSTV T,

ZPMT-PL/NL/SL type: Shoulder milling insert possible to machine from roughing to semi-finishing & finishing
for side & bottom face. 3 type is available by use (for steel, for aluminum alloy, or for Ti-alloy).

B Y A High feed insert #fl )EHI Y A Shoulder milling insert for steel

(EPMT1003 * * ZER) (ZPMT1003 * * ZER-PL) N
/\
Il
/%AN

S oy (S
{; 11—

O 61 ~67~—>) ©

T 51~57~—>) @ B
F 42 8 HIY A Shoulder milling insert for Ti-alloy
(ZPMT1003 * * ZER-SL)

B Y AHAERIER High feed insert for unfavorable condition
(EPMW100312ZER)

—

3 I~
N
o \ | =1
@@j@/ 7/\ O 61~67~—> )@
Lij AN _

BIE - EEALFEIS—1 04—k

O E TS 51 ~57 x— 2 ) 0 “MIRROR INSERT" for finishing side & bottom face
(YPHW1003 * * ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)
Ei% Y FH %5812 High feed insert for unfavorable condition .
(EPMW100312ZTR)
a ;-“\77 | ‘77" /\'AN
7»),77 - (YPHW100303ZER-15)
s |
’.
O 51~57~—) @ -
AN
BEEM A/ \— F4 »¥— b High hardened steel( ) (YPHW100308ZER-15)
(EPHW100316ZTR) Q L
|

= ==

= Han

RE/| 30 T ]!
— (YPHW100308ZER-F) (&Y H)
ELELR 56-~c0-—>) @ LN es~86~—>) @

7L 2 EHIY A Shoulder milling insert for aluminum alloy

(ZPMT1003 * * ZER-NL) TERY v
/\ Polished

7

T .
lﬁ’/ﬁAN (YPHW100308ZTR-F1)
s | O 02~9%6~—>) @
O 61~67~—>) @

flm - EEtEFSLUVEFESHEMIAIS—a 09—+
“MIRROR INSERT” for finishing side & bottom face / contouring milling
(YPHW100320ZER-24)

g =
:"F AN
s

O 87 ~91~—>) @




// DIJET

MQXTYéEQXP WinAoH—F QLEELE

PVDa—F 4 24 B - s+ % (mm)
PVD coated lﬁo i ée:net CBN Dirlnensions
247 2 & RE
Type Cat. No. [Tolerance E g e 8 ‘u_) 8 2 8 ol o 8
S T RIRI8 & H|In|O|X|Z2|L|S WIREAN
Olg ololojlolpag|la|L|o|m
] - el rl ) )
10 132 | 6 |1.2]11°
.—%-53 YA EPMT100312ZER M| ® ( [ BN BN )
Honfeedneet | EDMT100320ZER | M | @ 10 32| 6 20 11°
=EY A
v EPMW100312ZER M| @®
AT 10 32 |6 [1.211°
High feed insert for
unfavorable condition EPMW100312ZTR M { (
=REEMA .
N— KA >4 — | EPHW100316ZTR H| ®| @ 10 132 | 6 |1.6]11
High hardened steel
4 o 1008/34 | 6 |0.4|11°
7L SEHIY ZPMT100304ZER-NL | M
S et | ZPMT100308ZERNL | M 100834 | 6 |0.8/11°
ZPMT100320ZER-NL | M 1008/34 | 6 |2.0|11°
ZPMT100304ZER-PL | M 100834 | 6 |0.4|11°
i EaEl Y A
Should:milling insert |ZPMT100308ZER-PL | M 10.08/3.4 6 10.8/11°
for steel
ZPMT100320ZER-PL| M | ® | @ o ) 100834 | 6 |2.0|11°
ZPMT100304ZER-SL | M () () 100834 | 6 |0.4|11°
FA2UEHIY A
Should;rﬁmng insert | ZPMT100308ZER-SL | M 10.08/34 | 6 |0.8|11°
for Ti-alloy
ZPMT100320ZER-SL | M 100834 | 6 |2.0|11°
YPHW100303ZER-15| H o (] 1006/3.35| 6 |0.3|11°
filEm - EEELF -
HLUESEMIA| YPHW100308ZER-15| H 10.06/3.35| 6 | 0.8 |11
ES—AY—F
“nZRRORmSERT" YPHW100308ZER-F | H [ 10.06/3.35| 6 |0.8|11°
for finishing side &
bottom f: / o
contouring miing | YPHW100308ZTR-F1| H ® [1006/3.35| 6 |0.811
YPHW100320ZER24| H o o 1006/3.35| 6 |2.0|11°

17—2Z10AY TF ., f=fZL. #MFEIBN795[&17—X1BAY TY, 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

M=y O RAAL B —LDERI<T—2I1ZDL T Discrimination of grade for MQX / QXP insert

ME(Q—T429) STEITA VY= MRDEDYDY—INRRLGYFES, SHEADOKRICSHERZE,
Each grade shows different mark around the hole for fool proof.

JC8118/DS118  JC8050 / JC7560 / DS150
0 Q

HAl<—2
Discrimination
mark

® : A—H—7EEH Standard stock items © : EBFEES Soon to be stocked O : ZEENE LAY REFEE Soon to be deleted ]




Duick & Mini New generation high feed mill
m QM MAX" 4

EPk k24 H—MEIRODEXR Application for the choice of EP * * type inserts

R R T Ef TYn— R F1)n— K
A (850C, S55C) (SKD61, SKD11) (HPM7, PX5, P20) (NAK80, HPM1, P21)
& S250HBLLTF FE X 255HBLLTF ¥ £ 30-36HRC i =38-43HRC
T 172 | ca118]JC80501UC7560| DH102| DS 118 | DS 150|JC811814C80501UC7560| DH102| DS 118 | DS150 | JC8118/4C80504CT560| DHI02| DS 118 [DS 150 [UC8118|JC8050UC7560| DH102| DS 118 | DS 150
EPMT1003 #ZER| ¥ | % | X x| % | % x| x| % x| ®
EPMW100312ZER ©)
EPMW100312ZTR | O | O | © Ol O] © OO | 0o ©| O
EPHW100316ZTR
15E A AU e A AU RTH - T 24 )L AT LR
L (SKD61, DAC, DHA) (SKD11, SLD, DC11) (FC, FCD) (SUS304)
T8 £42-52HRC 78 £55-62HRC f# E300HBLL T 8 £250HBLL T
BE & | c1151c80504c7560| DH102| DS 118 | DS 150|UC8118lCE050/4CT560| DH102| DS 18| DS 150 |4CB118|4C8050|UC7560| DH102| DS 118 | DS 150 [JC8 118|JC8050UCT560| DH102| DS 118 | DS 150
EPMT1003 % * ZER| * x | % o ©]o0
EPMW100312ZER | © O © [
EPMW100312ZTR | @ [ J [ ] @)
EPHW100316ZTR | © ©
. FHEUE (e EPMTﬁZ/:.j‘I/—_jﬂ;f:a"
# Al H (Ti-6AI-4V) (INCO718) Ay
BE M | cs118/108050.1C7560| DH102| DS 118 | DS 150|UCB118|JC8050C7560|DH102| DS 118 | DS 150 ? i’?:gﬁﬁ” g : ;g?jg‘;é”
EPMT1003% *ZER| O | O | ® 0O/o|o©| 0] O O] O X o - ERE
EPMW100312ZER [ [ J
EPMW100312ZTR
EPHW100316ZTR
JTa5SL{ER EDa—F R REE Definition of corner shape for programming
=% Y A4 Y — ~ EPMT/WH BLRABE JO45L 0—FR |BVRAKE [HIUYELE
EPMT/ W iI']SGrtEISA~ Over Cut Corner radius for programming oégﬁ‘éut Re(:qn;i)ns
re=R1.2MD Corner radius: R1.2
( e ) R1.0 0 0.57
N R1.
7R754La—FR \2;/ ' R1.5 (EZX standard) 0 0.45
Corner radius for programmiig S
£ S T R2.0 0.04 0.33
MY LE — p R2.5 0.21 0.21
Remains (§U
W=2.9 R3.0 0.40 0.09
miEE Y A VY — k EPMTHR BURAE Jog5L6a—FR |BLVRAE[HYBLE
EPMT inserts Over Cut Corner radius for programmin () (mm)
(re=R2.0Mi5%& Corner radius: R2.0) s MO utE MR s
R1.0 0 0.51
Jny 54 a—FR %/ R1.5 0 0.31
Corner radius for programmi 97) // ? R2.0 (%2& Standard) 0 0.13
Q.
- © R2.5 0.12 0.04
BYBLE — %
Remains = R3.0 0.32 0
W=24 EPMT100320ZERIZHI Y 7 L £ I L R TEO A £ BAT 5 - & AAfETT.
EPMT100320ZER type insert is able to reduce remains and lighten the burden imposed on next process.
aeEEMAN— K4 2% —  EPHWH -
AH B T A= | =
EPHW insert for high hardened steel %\,Le\r’?;i?g FRgS L a—FR ﬁ['(\mi,\nf*g Al U(,fi)b;
Corner radius for programming [ oyer Cut Remains
R R1.0 0 0.42
o= _ 1.6
JBYSLI—FR _ \/ © R1.5 (&X swndard) 0 0.33
Corner radius for programming p=d
2 & R2.0 0.01 0.23
- ©
HIY R LE - -~ 3 R2.5 0.17 0.14
Remains A S
w=2.9 . R3.0 0.37 0.05




TO77AILINIEOTEEIF

S E 2SI Ramping

L =

- i

9«&

OS> EVY . ANYNILIMIEIEE Y EE Z R EYHIFEHERDT0% LU

TFTTMILTLIEELY,

ORI MIKE, #AMEY REEFEDHIFERDS0% LT

THMILTLESLY,

OFYYUIMIICZIF, BEHELERVDIY S FARVEHDIGEENH

YFEITDT, REICFTMERELTLLESL,

EPM*100312ZER

Attention for profile milling

// DIJET

A AJUAIT Helical interpolation

¢ Dh

—

aay

3
Tool dia.
1

J

/

L

N

¢ dc

@V —/LISADEHEE
Calculation of tool pass dia.

¢dc= ¢Dn-¢pDc

P IZAV.Y: 3 NEE IE#
Tool pass dia. Tool dia.

Bore dia.

O—FA LY DYIAHE S HRATIAA
RIAEBAGENELIICLTLEEL,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

@ YV-)LNADEEARIIFIAY b
1215 &S REFEREIYICL TS ZELY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

ONYAIMITEEERFDI-HICE
WEIMICRE SN INTRY 1 %
EEMINRATRYBRBENHY FT,

To obtain a flat bottom surface when helical milling,
it requires to remove “the uncut part” in the center of the
work material at a final pass.

®|n case of ramping and helical interpolation, apply 70% or

less feed speed from standard cutting condition table.

®|n case of drilling, apply 50% or less Z axis feed speed

from standard cutting condition table.

®l ong consecutive chips may come out in case of drilling,

confirm the safe condition sufficiently.

Z2EYJ AT Ramping AUAILRSBIFIIT Helical interpolation .
p s T i K U)3A A = y - N — p— =
WE Tag | EERT | BEIRR T saum | maopsmaa) | BLR | TE | AR |musigs
Cat. No. Tool dia. Eft. Cuting dia Max. depth AEO (B) | MIBOUEIES:L(mm) | RNRE | &NARE | RRRE | Z(mm)
(mm) ' ' : Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | Max. driling denth
(mm) Gy angle ©° o cw;r;g.;aing ‘ Dh min (mm) | Dh min (mm) | Dh max (mm) AL g
QXP- * 040R-16 40 34.1 1 0.5 114.6 72 74 79 0.6
QXP- * 050R- * * 50 441 1 04 143.2 92 94 99 0.6
QXP-8052R-22 52 46.1 1 0.35 163.7 96 98 103 0.6
QXP-8063R- * * 63 57.1 1 0.3 191 118 120 125 0.6
QXP-8066R- * * 66 60.1 1 0.3 191 124 126 131 0.6
QXP-2016-30-S16 16 10.2 0.8 1.8 25.5 24 26 31 0.6
QXP-3020-50-S20 20 141 0.8 1.4 32.7 32 34 39 0.6
QXP-4025-60-S25 25 19.1 0.8 1 45.8 42 44 49 0.6
QXP-5032-70-S32 32 26.1 0.8 0.7 65.5 56 58 63 0.5
QXP-6040-45-S32 40 34.1 0.8 0.5 91.7 56 58 63 0.6
MQX- * 016-M8 16 10.2 0.8 1.8 25.5 24 26 31 0.6
MQX- * 017-M8 17 1.2 0.8 1.6 28.6 26 28 B3] 0.6
MQX- * 020-M10 20 141 0.8 14 32.7 32 34 39 0.6
MQX- * 021-M10 21 151 0.8 1.3 35.3 34 36 41 0.6
MQX- * 025-M12 25 191 0.8 1 45.8 42 44 49 0.6
MQX- * 026-M12 26 20.1 0.8 0.95 48.2 44 46 51 0.6
MQX- * 028-M12 28 221 0.8 0.85 53.9 48 50 55 0.6
MQX- * 030-M16 30 241 0.8 0.8 57.3 52 54 59 0.5
MQX- * 032-M16 32 26.1 0.8 0.7 65.5 56 58 63 0.5
MQX- * 035-M16 85) 29.1 0.8 0.6 76.4 62 64 69 0.5
MQX- * 040-M16 40 34.1 0.8 0.5 91.7 72 74 79 0.6
MQX- * 042-M16 42 36.2 0.8 0.45 101.9 76 78 83 0.6




Ouick & Mini

New generation high feed mill

1

e

A7)V IEOZEEIR Application for the choice of EP * * type inserts

EPMT100320ZER

ZEYJ AT Ramping AUALRSIFIT Helical interpolation e
pE Tag | EERE | BEIVH T sxum BAUAHRE(2) | BALR | TE | BLR |pusops
Cat.No. woda | SRR ey | AEO (B | MIBOWMIES:L(nm) | BNRE | BARE | BRAE | Z(mm)
{ii) (mm) of cut (mm) Max. ramping Total cutting length at Min. bore dia. ; Max. bore dia. | - Max. drilling depth
angle ©° Max. ap Dh min (mm) | Dh min (mm) | Dh max (mm)
QXP- * 040R-16 40 35.1 1.0 0 104.2 72 74 79 0.7
QXP- * 050R- * * 50 45.1 1.0 0.4 143.2 92 94 99 0.7
QXP-8052R-22 52 47.2 1.0 0.4 143.2 96 98 103 0.7
QXP-8063R- * * 63 58.2 1.0 0.3 191.0 118 120 125 0.7
QXP-8066R- * * 66 61.2 1.0 0.3 191.0 124 126 131 0.7
QXP-2016-30-S16 16 11.2 0.8 23 19.9 24 26 31 0.7
QXP-3020-50-S20 20 15.1 0.8 1.5 30.6 32 34 39 0.7
QXP-4025-60-S25 25 20.1 0.8 1.1 M7 42 44 49 0.6
QXP-5032-70-S32 32 271 0.8 0.75 61.1 56 58 63 0.6
QXP-6040-45-S32 40 35.1 0.8 0.55 83.3 56 58 63 0.7
MQX- * 016-M8 16 11.2 0.8 2.3 19.9 24 26 31 0.7
MQX- * 017-M8 17 12.2 0.8 2.0 22.9 26 28 33 0.7
MQX- * 020-M10 20 15.1 0.8 1.5 30.6 32 34 39 0.7
MQX- * 021-M10 21 16.1 0.8 1.4 32.7 34 36 41 0.7
MQX- * 025-M12 25 20.1 0.8 1.1 417 42 44 49 0.6
MQX- * 026-M12 26 211 0.8 1.0 45.8 44 46 51 0.6
MQX- * 028-M12 28 23.1 0.8 0.9 50.9 48 50 55 0.6
MQX- * 030-M16 30 25.1 0.8 0.85 53.9 52 54 59 0.6
MQX- * 032-M16 32 271 0.8 0.75 61.1 56 58 63 0.6
MQX- * 035-M16 35 30.1 0.8 0.65 70.5 62 64 69 0.6
MQX- * 040-M16 40 35.1 0.8 0.55 83.3 72 74 79 0.7
MQX- * 042-M16 42 371 0.8 0.55 83.3 76 78 83 0.7
EPMW100312ZTR
2BV 0T Ramping AUBILARBIFIT Helical interpolation 5k
e TRe | EBIRE | BAIUE T sxes | mxovsmen | BLR [ FE | LR e dps
Cat. No. Tool dia. - Cuttingidia. ’\’/:X d-eplph AEO () | MIBOYHES:L(mm) ;gljb\/\l_% BINRE Nfij;/\? 7(mm)
(mm) (mm) of cut (mm) M;;dfmglng ot Sk ;i”g'h a D‘r?'m\ﬁr(emrl.f)' Dh min (mm) Dﬁxrﬁairfmr‘; Wax. g depth
QXP- * 040R-16 40 34.1 1.0 0.4 143.2 72 74 79 0.2
QXP-* 050R- * * 50 441 1.0 0.3 191.0 92 94 99 0.2
QXP-8052R-22 52 46.1 1.0 0.25 229.2 96 98 103 0.2
QXP-8063R- * * 63 571 1.0 0.2 286.5 118 120 125 0.2
QXP-8066R- * * 66 60.1 1.0 0.2 286.5 124 126 131 0.2
QXP-2016-30-S16 16 10.2 0.8 1.7 27.0 24 26 31 0.2
QXP-3020-50-S20 20 14.1 0.8 1.3 35.3 32 34 39 0.2
QXP-4025-60-S25 25 19.1 0.8 0.9 50.9 42 44 49 0.2
QXP-5032-70-S32 32 26.1 0.8 0.6 76.4 56 58 63 0.2
QXP-6040-45-S32 40 341 0.8 0.4 114.6 56 58 63 0.2
MQX- * 016-M8 16 10.2 0.8 1.7 27.0 24 26 31 0.2
MQX- * 017-M8 17 1.2 0.8 1.5 30.6 26 28 33 0.2
MQX- * 020-M10 20 141 0.8 1.3 35.3 32 34 39 0.2
MQX- * 021-M10 21 15.1 0.8 1.2 38.2 34 36 41 0.2
MQX- * 025-M12 25 19.1 0.8 0.9 50.9 42 44 49 0.2
MQX- * 026-M12 26 20.1 0.8 0.85 53.9 44 46 51 0.2
MQX- * 028-M12 28 221 0.8 0.75 61.1 48 50 55 0.2
MQX- * 030-M16 30 241 0.8 0.7 65.5 52 54 59 0.2
MQX- * 032-M16 32 26.1 0.8 0.6 76.4 56 58 63 0.2
MQX- * 035-M16 35 29.1 0.8 0.5 91.7 62 64 69 0.2
MQX- * 040-M16 40 341 0.8 0.4 114.6 72 74 79 0.2
MQX- * 042-M16 42 36.2 0.8 0.35 131.0 76 78 83 0.2




// DIJET

EPHW100316ZTR

ZEVS A0 Ramping AUANRBIFINT Helical interpolation .

BE TRe | EENT | BEORR U sxus | mronama@n | BLR | TE | BUR |mpnggs

Cat. No. Tool dia. Eft Cuting dia. h//lax. d.eptph AEO (B) | MIFOYHIRES:L(mm) BNV | BANRER | BANE | Z(mm)
(mm) (mm) of cut (mm) Max. ramping Total cutting length at Min. bore dia. ‘ Max. bore dia. | - Max. drilling depth
angle 6° Max. ap Dh min (mm) | Dh min (mm) | Dh max (mm)
QXP- * 040R-16 40 34.1 0.6 0.3 114.6 73 74 79 0.15
QXP- * 050R- * * 50 441 0.6 0.2 171.9 93 94 99 0.15
QXP-8052R-22 52 46.1 0.6 0.2 171.9 97 98 103 0.15
QXP-8063R- * * 63 571 0.6 0.15 229.2 119 120 125 0.15
QXP-8066R- * * 66 60.1 0.6 0.15 229.2 125 126 131 0.15
QXP-2016-30-S16 16 10.2 0.6 1.1 31.2 25 26 31 0.15
QXP-3020-50-S20 20 141 0.6 0.8 43 33 34 39 0.15
QXP-4025-60-S25 25 19.1 0.6 0.55 62.5 43 44 49 0.15
QXP-5032-70-S32 32 26.1 0.6 0.4 85.9 57 58 63 0.15
QXP-6040-45-S32 40 34.1 0.6 0.3 114.6 57 58 63 0.15
MQX- * 016-M8 16 10.2 0.6 1.1 31.2 25 26 31 0.15
MQX- * 017-M8 17 1.2 0.6 1.0 344 27 28 33 0.15
MQX- * 020-M10 20 14.1 0.6 0.8 43 33 34 39 0.15
MQX- * 021-M10 21 151 0.6 0.7 491 85) 36 41 0.15
MQX- * 025-M12 25 19.1 0.6 0.55 62.5 43 44 49 0.15
MQX- * 026-M12 26 20.1 0.6 0.5 68.8 45 46 51 0.15
MQX- * 028-M12 28 22.1 0.6 0.45 76.4 49 50 55 0.15
MQX- * 030-M16 30 241 0.6 0.4 85.9 58] 54 59 0.15
MQX- * 032-M16 32 26.1 0.6 0.4 85.9 57 58 63 0.15
MQX- * 035-M16 35 29.1 0.6 0.35 98.2 63 64 69 0.15
MQX- * 040-M16 40 34.1 0.6 0.3 114.6 73 74 79 0.15
MQX- * 042-M16 42 36.2 0.6 0.25 137.5 77 78 83 0.15
ZPMT100304ZER-**

ZVEVS NI Ramping AJALRBITNI Helical interpolation .

& Tag | EERT | BEIAE T sxmp | mxonsme@) | BLR | FE [ BLR |wpoigs

Cat. No. TT;‘IE‘)& Eff. Cutting dia. V\//Iax. dept[; BEE (}E) MITEOY) Fﬂjﬁé :L(mm) I\;ﬁljb\o/r;ﬁ BRANNE I\AE:(jkfo/r;Li Z(mm)

(mm) SEmio) Maa:glsmg‘l’ng o meg E\;:]ngth E Dh hin (mm)l Dh min (mm) | Dh r:nax (mm)k Met. iling depth
QXP- * 040R-16 40 39 1.5 0.95 90.5 70 77 79 0.5
QXP- * 050R- * * 50 49 1.5 0.7 122.8 90 97 99 0.5
QXP-8052R-22 52 51 1.5 0.65 132.2 94 101 103 0.5
QXP-8063R- * * 63 62 1.5 0.55 156.3 116 123 125 0.5
QXP-8066R- * * 66 65 1.5 0.5 171.9 122 129 131 0.5
QXP-2016-30-S16 16 15 1.5 3.0 28.6 22 29 31 0.5
QXP-3020-50-S20 20 19 1.5 24 35.8 30 37 39 0.5
QXP-4025-60-S25 25 24 1.5 1.7 50.5 40 47 49 0.5
QXP-5032-70-S32 32 31 1.5 1.2 71.6 54 61 63 0.5
QXP-6040-45-S32 40 39 1.5 0.95 90.5 54 61 63 0.5
MQX- * 016-M8 16 15 1.5 3.0 28.6 22 29 31 0.5
MQX- * 017-M8 17 16 1.5 3.2 26.8 24 31 33 0.5
MQX- * 020-M10 20 19 1.5 2.4 35.8 30 37 39 0.5
MQX-* 021-M10 21 20 1.5 2.2 39.0 32 39 41 0.5
MQX- * 025-M12 25 24 1.5 1.7 50.5 40 47 49 0.5
MQX- * 026-M12 26 25 1.5 1.6 53.7 42 49 51 0.5
MQX- * 028-M12 28 27 1.5 1.5 57.3 46 53 55 0.5
MQX- * 030-M16 30 29 1.5 1.3 66.1 50 57 59 0.5
MQX- * 032-M16 32 31 1.5 1.2 71.6 54 61 63 0.5
MQX- * 035-M16 35 34 1.5 1.1 781 60 67 69 0.5
MQX- * 040-M16 40 39 1.5 0.95 90.5 70 77 79 0.5
MQX- * 042-M16 42 41 1.5 0.85 101.1 74 81 83 0.5




Ouick & Mini

New generation high feed mill

1

e

A7)V IEOZEEIR Application for the choice of EP * * type inserts

ZPMT100308ZER-**
B> AT Ramping AJALRBITNI Helical interpolation -
y E@EMT AR A = ¥ = — E 5 1
WE IAR T ﬁ% o BAMER BALAHRE (ap) BLR | TE BLAR | R
Cat. No. Toolda. | et | e | PEE ()| MIKOUMES:L(nm) | BARE | BARE | BARE | Z(mm)
(mm) (mm) ' e (mm) Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | Max, driling depth
angle ©° Max. ap Dh min (mm) | Dh min (mm) | Dh max (mm)
QXP- * 040R-16 40 38.2 1.5 0.95 90.5 70 77 79 0.5
QXP- * 050R- * * 50 48.2 1.5 0.7 122.8 90 97 99 0.5
QXP-8052R-22 52 50.2 1.5 0.65 132.2 94 101 103 0.5
QXP-8063R- * * 63 61.2 1.5 0.55 156.3 116 123 125 0.5
QXP-8066R- * * 66 64.2 1.5 0.5 171.9 122 129 131 0.5
QXP-2016-30-S16 16 14.2 1.5 3.0 28.6 22 29 31 0.5
QXP-3020-50-S20 20 18.2 1.5 2.4 35.8 30 37 39 0.5
QXP-4025-60-S25 25 23.2 1.5 1.7 50.5 40 47 49 0.5
QXP-5032-70-S32 32 30.2 1.5 1.2 71.6 54 61 63 0.5
QXP-6040-45-S32 40 38.2 1.5 0.95 90.5 54 61 63 0.5
MQX- * 016-M8 16 14.2 1.5 3.0 28.6 22 29 31 0.5
MQX- * 017-M8 17 15.2 1.5 3.2 26.8 24 31 33 0.5
MQX- * 020-M10 20 18.2 1.5 24 35.8 30 37 39 0.5
MQX- * 021-M10 21 19.2 1.5 2.2 39.0 32 39 41 0.5
MQX- * 025-M12 25 23.2 1.5 1.7 50.5 40 47 49 0.5
MQX- * 026-M12 26 24.2 1.5 1.6 53.7 42 49 51 0.5
MQX- * 028-M12 28 26.2 1.5 1.5 57.3 46 53 55 0.5
MQX- * 030-M16 30 28.2 1.5 1.3 66.1 50 57 59 0.5
MQX- * 032-M16 32 30.2 1.5 1.2 71.6 54 61 63 0.5
MQX- * 035-M16 35 33.2 1.5 1.1 78.1 60 67 69 0.5
MQX- * 040-M16 40 38.2 1.5 0.95 90.5 70 77 79 0.5
MQX- * 042-M16 42 40.2 1.5 0.85 101.1 74 81 83 0.5
ZPMT100320ZER-**
Z2E> % T Ramping AUAILARSIFIT Helical interpolation e
y EEMT SINTIPUN S = = 7o - . K
% Tag | TERE | RO [ mkEM | mAonsms@ | BLR | FE | BLR |msogs
Cat. No. Toolda | rgda | Ve | PO () | MIBOUMESL(nm) | BARE | BIRE | BARE | Z(mm)
(mm) . (mm) b of cﬁt i Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | Max. drilling depth
angle ©° Max. ap Dh min (mm) | Dh min (mm) | Dh max (mm)
QXP- * 040R-16 40 35.8 15 0.95 90.5 70 77 79 0.5
QXP- * 050R- * * 50 45.8 15 0.7 122.8 90 97 99 0.5
QXP-8052R-22 52 47.8 1.5 0.65 132.2 94 101 103 0.5
QXP-8063R- * * 63 58.8 1.5 0.55 156.3 116 123 125 0.5
QXP-8066R- * * 66 61.8 1.5 0.5 171.9 122 129 131 0.5
QXP-2016-30-S16 16 11.8 15 3.0 28.6 22 29 31 0.5
QXP-3020-50-S20 20 15.8 1.5 24 35.8 30 37 39 0.5
QXP-4025-60-S25 25 20.8 1.5 1.7 50.5 40 47 49 0.5
QXP-5032-70-S32 32 27.8 15 1.2 71.6 54 61 63 0.5
QXP-6040-45-S32 40 35.8 1.5 0.95 90.5 70 61 63 0.5
MQX- * 016-M8 16 11.8 1.5 3.0 28.6 22 29 31 0.5
MQX- * 017-M8 17 12.8 1.5 3.2 26.8 24 31 33 0.5
MQX- * 020-M10 20 15.8 15 24 35.8 30 37 39 0.5
MQX- * 021-M10 21 16.8 15 2.2 39.0 32 39 41 0.5
MQX- * 025-M12 25 20.8 15 1.7 50.5 40 47 49 0.5
MQX- * 026-M12 26 21.8 1.5 1.6 53.7 42 49 51 0.5
MQX- * 028-M12 28 23.8 15 15 57.3 46 53 55 0.5
MQX- * 030-M16 30 25.8 15 1.3 66.1 50 57 59 0.5
MQX- * 032-M16 32 27.8 15 1.2 71.6 54 61 63 0.5
MQX- * 035-M16 35 30.8 1.5 1.1 78.1 60 67 69 0.5
MQX- * 040-M16 40 35.8 15 0.95 90.5 70 77 79 0.5
MQX- * 042-M16 42 37.8 1.5 0.85 101.1 74 81 83 0.5
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YPHW100303ZER-15

Z2E> 4 N Ramping AUBILABIFIT Helical interpolation -
WE TRz | EENT | BEIRE T sxus | mronsmean | AR | FE | BLA i
Cat. No. TT;‘ :)a o Cumngidia_ Yo d'ep; AEO (B | NIEOLIHIRE:L(mm) flt\ﬂ? BINARE ME%ET\E% Z(mm)
(i Sl Maa:élreamging ol C‘[J\;g;g ;ingth * le:‘miﬁr(emr‘na). Dh min (mm) D?\Xﬁwazr(emr‘na). Wax.drling depth
QXP- * 040R-16 40 39.3 0.3 1.0 17.2 7 0.3
QXP- * 050R- * * 50 49.3 0.3 0.75 22.9 97 0.3
QXP-8052R-22 52 51.3 0.3 0.7 246 101 0.3
QXP-8063R- * * 63 62.3 0.3 0.6 28.6 123 0.3
QXP-8066R- * * 66 65.3 0.3 0.55 31.3 129 0.3
QXP-2016-30-S16 16 15.3 0.3 1.3 13.2 29 0.2
QXP-3020-50-S20 20 19.3 0.3 21 8.2 37 0.3
QXP-4025-60-S25 25 24.3 0.3 1.8 9.5 47 0.3
QXP-5032-70-S32 32 31.3 0.3 1.3 13.2 61 0.3
QXP-6040-45-S32 40 39.3 0.3 1.0 17.2 7 0.3
MQX- * 016-M8 16 15.3 0.3 1.3 13.2 29 0.2
MQX- % 017-M8 17 16.3 0.3 1.7 10.1 31 0.3
MQX- * 020-M10 20 19.3 0.3 21 8.2 37 0.3
MQX- * 021-M10 21 20.3 0.3 24 7.2 39 0.3
MQX- * 025-M12 25 24.3 0.3 1.8 9.5 47 0.3
MQX- * 026-M12 26 25.3 0.3 1.7 10.1 49 0.3
MQX- * 028-M12 28 27.3 0.3 1.6 10.7 53 0.3
MQX- * 030-M16 30 29.3 0.3 1.4 12.3 57 0.3
MQX- * 032-M16 32 31.3 0.3 1.3 13.2 61 0.3
MQX- * 035-M16 35 34.3 0.3 1.2 14.3 67 0.3
MQX- * 040-M16 40 39.3 0.3 1.0 17.2 7 0.3
MQX- * 042-M16 42 41.3 0.3 0.9 19.1 81 0.3
YPHW100308ZER-15
Z2EYJ AT Ramping AUALRBITII Helical interpolation o
WE Tag | EERE | BEINH T sxmp | maopsme@) | AR | FE | BUR |woigs
Cat. No. Tool dia £ Cuttl\:ng i ’\'Atx d.ept?] AEO (B) | MIBOYHIES:L(mm) | BNARE | BNRE | BRANRE | 7(mm)
(mm) (mm) of cut (mm) Max. ramping Total cutting length at Min. b_ore dia. } Max. bore dia. | pax driling depth
angle 6° Max. ap Dh min (mm) | Dh min (mm) | Dh max (mm)
QXP- * 040R-16 40 38.3 0.3 1.0 17.2 76 0.3
QXP- * 050R- * * 50 48.3 0.3 0.75 22.9 96 0.3
QXP-8052R-22 52 50.3 0.3 0.7 24.6 100 0.3
QXP-8063R- * * 63 61.3 0.3 0.6 28.6 122 0.3
QXP-8066R- * * 66 64.3 0.3 0.55 31.3 128 0.3
QXP-2016-30-S16 16 14.3 0.3 14 12.3 28 0.2
QXP-3020-50-S20 20 18.3 0.3 2.2 7.8 36 0.3
QXP-4025-60-S25 25 23.3 0.3 1.9 9.0 46 0.3
QXP-5032-70-S32 32 30.3 0.3 14 12.3 60 0.3
QXP-6040-45-S32 40 38.3 0.3 1.0 17.2 60 0.3
MQX- * 016-M8 16 14.3 0.3 14 12.3 28 0.2
MQX- % 017-M8 17 15.3 0.3 1.8 9.5 30 0.3
MQX- * 020-M10 20 18.3 0.3 2.2 7.8 36 0.3
MQX- * 021-M10 21 19.3 0.3 2.5 6.9 38 0.3
MQX- * 025-M12 25 23.3 0.3 1.9 9.0 46 0.3
MQX- * 026-M12 26 24.3 0.3 1.8 9.5 48 0.3
MQX- * 028-M12 28 26.3 0.3 1.7 10.1 52 0.3
MQX- * 030-M16 30 28.3 0.3 1.5 11.5 56 0.3
MQX- * 032-M16 32 30.3 0.3 14 12.3 60 0.3
MQX- * 035-M16 35 33.3 0.3 1.2 14.3 66 0.3
MQX- * 040-M16 40 38.3 0.3 1.0 17.2 76 0.3
MQX- * 042-M16 42 40.3 0.3 0.9 19.1 80 0.3




Ouick & Mini

New generation high feed mill

A7)V IEOZEEIR Application for the choice of EP * * type inserts

YPHW100320ZER-24
ZE> 4 L Ramping AUALABIFIIT Helical interpolation _
VE TRg | EENT | BEILH T sxms BAURARN ) | BLR | TE | LA | miams
Cat. No. rode | gy cuingde | voden | FEE (B | MIKOUMES:L(mm) | BARE | BNRE | BARE | 7(mm)
(mm) of cut (mm) Maa:gl':mglng Total C\"\;‘;flg ;ingm at "S'h” rrﬁﬁr?nfrf). — '\S?X{ngirfnfn‘?)' Max. drilling depth
QXP- * 040R-16 40 35.9 0.3 1.1 15.6 76 0.3
QXP- * 050R- * * 50 45.9 0.3 0.9 19.1 96 0.3
QXP-8052R-22 52 47.9 0.3 0.85 20.2 100 0.3
QXP-8063R- * * 63 58.9 0.3 0.65 26.4 122 0.3
QXP-8066R- * * 66 61.9 0.3 0.65 26.4 128 0.3
QXP-2016-30-S16 16 11.9 0.3 1.9 9.0 28 0.3
QXP-3020-50-S20 20 15.9 0.3 2.5 6.9 36 0.3
QXP-4025-60-S25 25 20.9 0.3 2.2 7.8 46 0.3
QXP-5032-70-S32 32 27.9 0.3 1.5 11.5 60 0.3
QXP-6040-45-S32 40 35.9 0.3 1.1 15.6 60 0.3
MQX- * 016-M8 16 11.9 0.3 1.9 9.0 28 0.3
MQX- * 017-M8 17 12.9 0.3 2.2 7.8 30 0.3
MQX- * 020-M10 20 15.9 0.3 2.5 6.9 36 0.3
MQX- * 021-M10 21 16.9 0.3 2.8 6.1 38 0.3
MQX- * 025-M12 25 20.9 0.3 2.2 7.8 46 0.3
MQX- * 026-M12 26 21.9 0.3 2.0 8.6 48 0.3
MQX- * 028-M12 28 23.9 0.3 1.8 9.5 52 0.3
MQX- * 030-M16 30 25.9 0.3 1.6 10.7 56 0.3
MQX- * 032-M16 32 27.9 0.3 1.5 1.5 60 0.3
MQX- * 035-M16 35 30.9 0.3 14 12.3 66 0.3
MQX- * 040-M16 40 35.9 0.3 1.1 15.6 76 0.3
MQX- * 042-M16 42 37.9 0.3 1.1 15.6 80 0.3




yime=7 M Cutting data for "QM MAX"
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1. SKDB1MI D FamkE GRmI)

Improved tool life in roughing on 1.2344.

=i LEE Overhung length :

60mm

#= 2 Result

QAMIFELA oY — FEBERIZT
HETAN T ETRE,
HERBOFSEOMIF@MMNFELONT=,

After 90 min, insert showed just normal wear and still
able to continue. Achieved 1.5 times longer tool life
compared with conventional tool.

% # Partname | E£—J/L K Mold
H
<
I o | # Hl # Material SKD61 1.2344
=
=
L & Hardness 50~52HRC
& # £ Tool No. MQX-2017-M8
Bo MSN-M8-40-S16C
T (o)
= F | fo¥—FBE  InsertNo. EPHW100316ZTR
# &8 Grade DH102
[ #x = E _ e ;
o) HlE n, (Vc) Nn=3,000min"', Vc=160m/min
—
fé ) & g VT, (f) Vf=2,500mm/min, f=0.84mm/rev
* Y =
(72}
=
Ke]
%% Ap(mm) 0.5mm
5
o
1¢§ de(mm) 10mm
5
(@]
9% —3 Yk Coolant KB MLIEIE Water soluble
f& A #% W  Machine SLEMC Vertical MC

2. SKD61MIIKEE - MIseERE (EEITFMI)

Improved machining accuracy & efficiency in finishing on 1.2344.

ZH L&{ESE Overhung length : 100mm

2 #F Partname | E—JLF Mold
]
o < "
I S| # Hl # Material SKD61 1.2344
=
#
HE & Hardness 50~52HRC
& % %  Tool No. MQX-4021-M10
= MSN-M10-70-S20C
T
= Pl 4o%—BE  InsertNo. | YPHW100308ZER-15
## &8 Grade DH102
Bl iz & E - in1 Vo= i
) M & n, (Ve) Nn=3,000min"', Vc=200m/min
o) s
;.é ) & E Vi, (f) Vf=1,000mm/min, f=0.33mm/rev
%= Y B
1)
=
i)
% = Ap(mm) 0.15~0.18mm
#3R Result §
f g de(mm) 0.05mm
ERMEOmMIEERL, =z
BEEAR—)LT Y K I )LITH LINTEER1.25(E T ©
3k O RIMITFan, 2 —3 Yk Coolant JKEMEYIEER Water soluble
Improved machining accuracy on slope surface.
Achieved machining efficiency by 1.25 times compared
with conventional ball nose end mill. 5 O # M Machine FRMC Vertical MC

Able to machining for 3 hours.




Ouick & Mini

New generation high feed mill

Lo}

EAYREEPMT/ Wi Fe3Tiia o Y—h A gIsit 0

Recommended cutting conditions for "EPMT/W-type inserts"
QMT Y I R ED 25—~y F/MQXH + BE—# (EPa15—~y FRAZT—IILBES v > 9 7—/%)  MQXand MSN type
xR4T IS4 R IQXPH

4y T E#& (mm) Tool dia.
Bl #t H—k 16 /17 20 20/21
Work materials | #4f& % No. of teeth 2N FI# No. of teeth 3N F% No. of teeth 4N
Grades| 2 ap ae n Vi ) ap ae n \ii 0 ap ae n \ii

(mm) | (mm) | (mm) | (min") |(mm/min)) (MM) | (mm) | (mm) | (min"") [((mm/min)] (Mm) | (mm) | (mm) | (min"") |(mm/min)

] ~ ~ ~ ~ ~ ~
(SS(l)j(::,SSSC) JC7560 70 | 0.6 10 3,600 |4,900 | ~70 | 0.6 14 12,850 (5,800 | ~70 | 0.6 14 12,850 |7,700

RE260HBILT |(108050) 120 | 0.5 | ~10 3,600 4,500 | 120 | 0.5 | ~14 2,850 5,300 | 120 | 0.5 | ~14 2,850 7,000
(c50, c55)  |(JC8118)
Bolow 25018 160 | 0.35 | ~10 3,000 4,200 | 190 | 0.35 | ~14 [2,400 4,900 | 190 | 0.35 | ~14 2,400 |6,500

TEMH o o -~ - o o
(sKDB1, SKD™) | 47560 70 | 0.6 10 3,600 (4,900 70 | 0.6 14 12,850 |5,800 70 | 0.6 14 12,850 | 7,700

BC255HBUT ucs050)| 120 | 0.5 | ~10 (3,600 4,500 | 120 | 0.5 | ~14 2,850 5,300 | 120 | 0.5 | ~14 2,850 7,000

(JC8118)
Sk e | 160 | 0.35 | ~10 /3,000 4,200 | 190 | 0.35 | ~14 |2,400 |4,900 | 190 | 0.35 | ~14 |2,400 |6,500
P ~70] 0.6 | ~103,600 4,900 | ~70 | 0.6 | ~14 |2,850|5,800 | ~70 | 0.6 | ~14|2,850|7,700

(HPM7, PX5, P20)| ycs118

BES0-36HRC |(jc7560) 120 | 0.5 | ~10 |3,600 4,500 | 120 | 0.5 | ~14 (2,850 5,300 | 120 | 0.5 | ~14 2,850 |7,000
(12311, p20)  {JC8050)
30-36HRC 160 | 0.35 | ~10 {3,000 |4,200 | 190 | 0.35 | ~14 2,400 4,900 | 190 | 0.35 | ~14 |2,400 |6,500

TYN—FR U ~ ~ ~ ~ ~ ~
(NAKSO,HPMTP21) 70 | 0.5 10 {1,900 |2,600 | ~70 | 0.5 14 11,500 |3,050 | ~70 | 0.5 14 11,500 | 4,050

#38-43HRC | JC8118 - ~ ~
(1'\"2%"1’15t83'1> (JC8050 120 | 0.3 10 {1,900 2,400 | 120 | 0.3 14 11,500 2,800 | 120 | 0.3 14 11,500 | 3,700

e 160 | 0.2 | ~10|1,600|2,200| 190 | 0.2 | ~14 |1,250 2,600 | 190 | 0.2 | ~14 |1,250 |3,400
AN - - - - - -
sk 70 | 0.4 10 1,400 |1,400 | ~70 | 0.4 | ~14 1,100 |1,650 | ~70 | 0.4 14 1,100 | 2,200
Bca252HRC | JCBNMB | 1og | g3 | ~10 1,400 |1,400| 120 | 0.3 | ~14 1,100 1,650 | 120 | 0.3 | ~14 1,100 |2,200

Hardened die steell(JC8050

(1.3132%:'.%(3:79) 160 | — — — — 190 | — — — — 190 | — — — _

AN ~ ~ ~ ~ ~ ~

sl sBben) 70 | 0.15 | ~10| 600 | 180|~70 | 0.15| ~14 | 500| 230|~70 | 0.15| ~14 | 500 | 300
55-62

Hordood b NoelEPMwa 120 | 0.1 | ~10| 600 180| 120 | 01 | ~14| 500| 230| 120 | 0.1 | ~14| 500| 300

(1.2344, 1.2379)

B w0 — | = | =] =190 = | = | == |19 =-]=1]=1]-
ay_ F13 (L ~70 | 0.8 | ~10 3,000 5,000 | ~70 | 0.8 | ~14 2,400 /6,000 | ~70 | 0.8 | ~14 |2,400 |8,000
T lUovesg) 120 0.6 | ~10 /3,004,500 | 120 | 0.6 | ~14 2,400 5400 | 120 | 0.6 | ~14 2,400 7,200
poc, see) 160 | 0.5 | ~10 (2,200 [3,750 | 190 | 0.5 | ~14 |1,750 |4,500 | 190 | 0.5 | ~14 |1,750 6,000
27U LRH ~70| 06 | ~103,100|4,200 | ~70 | 0.6 | ~14 [2,500|5,100 | ~70 | 0.6 | ~14 2,500 |6,800

(SUS304) JC8050
EX250HBLITF (JO7560)

gox | 120 | 0.5 | ~10 (3,000 |4,000| 120 | 0.5 | ~14|2,400(4,900| 120 | 0.5 | ~14 /2,400 6,500
tainless stee
Below 250HB 160 | 0.35 | ~10 3,000 |4,000| 190 | 0.35 | ~14 (2,400 {4,900 | 190 | 0.35 | ~14 |2,400 6,500
~70| 05 | ~10(1,200| 960|~70 | 0.5 | ~14 | 950(1,140| ~70 | 0.5 | ~14 | 950 (1,500
FRUER DS150
(Ti-6Al-4v)  |(DS118)| 120 | 0.3 | ~10 /1,200 | 960| 120 | 0.3 | ~14 | 950|1,140| 120 | 0.3 | ~14| 950 |1,500
Titanium alloy ~ [(JC8050)
160 | 0.2 | ~101(1,200| 960| 190 | 0.2 | ~14| 950(1,140| 190 | 0.2 | ~14| 950 1,500
~70| 05 |~10| 630| 380|~70| 05 | ~14| 500| 450|~70 | 0.5 | ~14| 500| 600
MEEsE JC8118
(INCO718) (DS118)| 120 | 0.3 | ~10| 630 | 380| 120 | 0.3 | ~14 | 500| 450( 120 | 0.3 | ~14| 500 | 600

Inconel (DS150)
160 | 0.2 ~10| 630| 380| 190 | 0.2 | ~14 | 500| 450| 190 | 0.2 | ~14 | 500| 600

£ RHELRE, ap: BAMOYAARSE, Qe FEARDUAHFRES, N TEEEGERE, Vi £ YEE
£ : Overhung length, @p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
fEALDFESE
1) LEROUBIGEHE. BERAIMES XU —IRBIMEICE CTRESESL,
2) VUYDRRELEGEF, AARSEZLEERELYHELTLESL., HIVEEGEEEEZTIFTEACLE S,
f=ZL, 1IHBYDREYERFEALGNTLLESEL,
3) WWEATEDEEE., FTUWAAFERIZEILTLESIL., RIINBELUVVIZTIFTHERACEZESL,
4) I7—J7O—I&YPYKTHRELEET>TLESL, BT, IEMCTOF Y ET A MITIEYIY K FREISEELLLE S LY,
5) ZiEYMITEAIYFAZPMT100320ZER-PLIS A w4 — F&HERADIEE. EERHFZ AT EHEN 510%~30% FIFTHEAL L,
6) VY URATEFEADBEIR. FHEE10~20%FLE LTEEL,
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.
@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
6) When using End mill type, reduce 10-20% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY YU R EVa25—~Ay F/-MQXF + BE—# (EPa5—~y FAF—ILBES v >49 7—/%)  MQXand MSN type
xR4T IT54 R IQXPH

£ TEfZ (mm) Tool dia.
# Hl ¥ H—k 25/ 26 25/26/28
Work materials | #13& F# No. of teeth 4N F# No. of teeth 5N
Grades (mlrzn) (naﬁr%) (gﬁﬁ) (mﬂr‘) (mn¥rfnin) (mlrzn) (gr?w) (gﬁ\) (mri'l"ﬂ) (mrr\1{r];1in)
| ~ ~ ~ ~
- Bs0) | sc7s60 90 0.8 19 | 2,300 | 6,200 20 0.8 19 | 2,300 7,700
250HBELT |)cB050) 140 0.6 ~19 | 2,300 | 5,600 140 0.6 ~19 | 2,300 7,000
(cs0,c55)  |(JC8118)
Below 250HB 210 0.4 ~19 | 1,900 | 5,200 210 0.4 ~19 | 1,900 6,500
TE ~ ~ ~ ~
(skoST k011 | sC7560 90 0.8 19 | 2,300 | 6,200 90 0.8 19 | 2,300 7,700
BES255HBLLT |(jc8050) 140 0.6 ~19 | 2,300 | 5,600 140 0.6 ~19 | 2,300 7,000
(1,254 1 3579) |UCB118)
Bolow 255HB 210 0.4 ~19 | 1,900 | 5,200 210 0.4 ~19 | 1,900 6,500
TYN—F8 ~ ~ ~ -
Ay A [P 90 0.8 19 | 2,300 | 6,200 90 0.8 19 | 2,300 7,700
"’%%%‘gg';ﬁc (JC7560f 140 0.6 ~19 | 2,300 | 5,600 140 0.6 ~19 | 2,300 7,000
(1.2311, P20) |(JCBO50
50-36HRC 210 0.4 ~19 | 1,900 | 5,200 210 0.4 ~19 | 1,900 6,500
TYNn—FUiR ~ ~ ~ ~
(NAK8O, HPM, P21) 90 0.6 19 1,200 | 3,250 90 0.6 19 1,200 4,050
BEE38-43HRC | JOBIB 440 04 | ~19 | 1,200 | 3,000 140 | 04 ~19 | 1,200 | 3,700

Mold steel (JC8050
(1.2311, P21)

e 210 0.3 ~19 | 1,000 | 2,700 210 0.3 ~19 | 1,000 | 3,400
AN ~ ~ - -

sl 90 0.4 19 900 | 1,800 90 0.4 19 900 | 2,250

Bx42-52HRC | JCBIIB| 444 0.3 ~19 900 | 1,800 140 0.3 ~19 900 | 2,250

Hardened die steel(JC8050
(1.2344,1.2379)

42-52HRC 210 - - - - 210 - - - -
AN - - - -
scTAR 90 0.15 19 400 240 90 0.15 19 400 300
Ex55-62HRC | JCB1I8| 441 0.1 ~19 400 240 140 0.1 ~19 400 300

Hardened die steell EPMW#
(1.2344, 1.2379)

55-62HRC 210 - - - - 210 - - - -
B¥H S75 (0 ~90 08 | ~19 | 1,900 | 6400 | ~90 | 0.8 ~19 | 1,900 | 8,000
o AUovaso] 140 | 06 | ~19 | 1900 5800 | 140 06 ~19 | 1,900 | 7,200
£aC, GCC) 210 05 | ~19 | 1,600 | 4800 | 210 | 05 ~19 | 1,600 | 6,000
2FULAM ~90 08 | ~19 | 2,000 | 5450 | ~90 | 0.8 ~19 | 2,000 | 6,800

(SUS304) JC8050

E&250HBLIT (JC7560 140 0.6 ~19 2,000 5,200 140 0.6 ~19 2,000 6,500
Stainless steel
Below 250HB 210 0.35 ~19 1,900 4,950 210 0.35 ~19 1,900 6,200
~90 0.5 ~19 750 1,200 ~90 0.5 ~19 750 1,500
FEUER DS150
(Ti-6AI-4V) | (DS118) 140 0.3 ~19 750 1,200 140 0.3 ~19 750 1,500
Titanium alloy ~ [(JC8050
210 0.2 ~19 750 1,200 210 0.2 ~19 750 1,500
~90 0.5 ~19 400 480 ~90 0.5 ~19 400 600
ek JC8118
(INCO718) (DS118) 140 0.3 ~19 400 480 140 0.3 ~19 400 600
Inconel (DS150)
210 0.2 ~19 400 480 210 0.2 ~19 400 600

L RHELRE, ap: MAMOYAARSE, Ae: FEARDYAHFRES, N TEEEGEE, Vi £ YEE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
fEALDEEEE
1) LREOUHEIGEHE. BERIMES XU —JRBIEICE CTRESESL,
2) VUYL RELGEF, AARSEZLEEBELY HELTLESL, HEVEEGEEEEZTIFTEACLESL,

=L, 1TABYDREYERFEALGNTLLESEL,
3) WHWEIATREDEEE., FTUAAFRIZTEILTLLESIL., RIINBLUVVIZTIFTHERACEZSL,
4) I7—J7O—IC&YPYLKTHRELEET>TLESL, BT, IEMCTOFrET A MITIEYIY K FREISEEL LS LN,
5) mEYMITREHIYAZPMT100320ZER-PLIEA w4 — & EAOKEIE, LRBAZ2 AT EHEN510%~30% TFIFTHEACIZEL,
6) VY URATEFEADBEIR. FHE10~20%FL LTS,
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.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
6) When using End mill type, reduce 10-20% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY v I R EVaF—~y E/MQXFE + HE—# (E2Pa5—~y FAFT—IILBES v~ 97—/%)  MQXand MSN type
xR4T T 54 R IQXPH

s TE&E (mm) Tool dia.
wHEA Tk 30/32/35 52/ 35
Work materials | #1F& % No. of teeth 5N 38 No. of testh 6N
Grades (m%’]) & () (i) (mrxrfnin) (mgn) ) @) (i) (mrxff“in)
e ~ ~ ~ ~
N - 100 0.8 25 | 1,900 | 6,350 100 0.8 25 | 1,900 | 7,600
BE250HBAT \(jc8050) 150 0.6 ~25 | 1,800 | 6,000 150 0.6 ~25 | 1,800 | 7,200
(C50, C55) (JC8118)
Below 25018 210 0.4 ~25 | 1,500 | 5,000 210 0.4 ~25 | 1,500 | 6,000
(S5t Sko1 | 7560 100 0.8 25 | 1,900 | 6,350 100 0.8 25 | 1,900 | 7,600
JC8118
et 210 | 04 | ~25 | 1,500 | 5000 | 210 | 04 | ~25 | 1,500 | 6,000
FUn—F4 ~100 0.8 ~25 | 1,900 | 6,350 | ~100 0.8 ~25 | 1,900 | 7,600

(HPM?7, PX5, P20)
F#E30-36HRC 8118

~80-36HRC |yC7560) 150 | 06 | ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
(JC8050)

Rty 210 | 04 | ~25 | 1500 | 5000 | 210 | 04 ~25 | 1,500 | 6,000
FUYn—R40 ~ - — ~

WS Hpmfp(z:n o 100 | 06 25 950 | 3,200 100 | 06 25 950 | 3,800
38-43HR

g seal  (1Cz050) 150 | 04 | ~25 950 | 3,200 150 | 04 ~25 950 | 3,800
LR 210 03 | ~25 800 | 2,650 | 210 | 03 ~25 800 | 3,200
AT ~ ~ ~ -

O 100 | 04 25 700 | 1,750 100 | 04 25 700 | 2,100

BE4252HRC | JCBIB | 450 | g3 | ~25 700 | 1,750 | 150 | 0.3 ~25 700 | 2,100

Hardened die steel|(JC8050)|
(1.2344, 1.2379)

42-52HRC 210 - - - - 210 - - - -
AN ~ - - -
coTAnA 100 0.15 25 300 250 100 0.15 25 300 300
#65-62HRC | JCB1B | 45, 0.1 ~25 300 250 150 0.1 ~25 300 300

Hardened die steel|EPMW3
(1.2344, 1.2379)

55-62HRC 210 = — = — 210 _ _ _ _
el rom ~100 1 ~25 | 1500 | 6,250 | ~100 1 ~25 | 1500 | 7,500
FES300HBLLT | JC8118 _ ~
ey ol st ronUC7560) 150 08 25 | 1,500 | 5,750 150 0.8 25 | 1,500 | 6,900
Below 300113 210 0.6 ~25 | 1,250 | 4,850 210 0.6 ~25 | 1,250 | 5,800
27ULALH ~100 0.8 ~25 | 1,700 | 5700 | ~100 0.8 ~25 | 1,700 | 6,800

(SUS304) JC8050

FE&250HBLLT (1C7560) 150 0.6 ~25 1,600 5,350 150 0.6 ~25 1,600 6,400
Stainless steel
Below 250HB 210 0.35 ~25 1,500 5,000 210 0.35 ~25 1,500 6,000
~100 0.5 ~25 600 1,250 ~100 0.5 ~25 600 1,500
FRUEE DS150
(Ti-6Al-4V)  |(DS118) 150 0.3 ~25 600 1,250 150 0.3 ~25 600 1,500
Titanium alloy  |(JC8050)
210 0.2 ~25 600 1,250 210 0.2 ~25 600 1,500
~100 0.5 ~25 300 500 ~100 0.5 ~25 300 580
MEES® JC8118
(INCO718) (DS118) 150 0.3 ~25 300 500 150 0.3 ~25 300 580
Inconel (DS150)
210 0.2 ~25 300 500 210 0.2 ~25 300 580

L RHELRE, ap: BAMOYAARSE, Qe FEARDYAHFRES, N TEEEERE, Vi £ YEE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed
afEAEDFEEIE
1) LEROUEIEEHE. BERAIES XU —JRIMEISE CTRECZSL,
2) VUYDNRELGEE, RAHRIZLERHELYLEILTLESL, HIVEEGEEEEZ TFIFTEACEZSL,

2L, 1HABYDOREYZBREZLGVTLLIEEL,
3) WHEBIAFREDHEIX. FTURAARIZECLTLEIV, RIINBLUVVIETIFTHEALL LT,
4) T7—70—I2&YPIYKTREDVEET>TESL, HIT, IBMCTOFYET A MITEHYY K FREBITEECL S,
5) mFEYMITEAIYFAZPMT100320ZER-PLIS A V4 — FEERADKEE. EERHZ2 DT EEN510%~30% FIFTHEAL 2L,
6) v TEFERADEEL. FHE10~20%%F L LTSS,
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.
@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
6) When using End mill type, reduce 10-20% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"

QMT Y IR EDa5—A~y F/MQXF + BBE—# (EXa5—~y FAFT—LBE Y7 7—/N)
xR4T IS4 R IQXPH

// DIJET

MQX and MSN type

TE#& (mm) Tool dia.

L
wHEI M |P—F 40/ 42 20
Work materials | #1%& F# No. of teeth 6N A% No. of teeth 7N
Grades ap ae [ Vf. ap ae [ Vi .
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
Py ~ ~ ~ ~
(s500 S85¢) | sc7560 100 0.8 32 | 1,500 | 6,300 100 0.8 32 | 1,500 | 7,500
BC250HBAT (c8050) 150 0.6 ~32 | 1400 | 5900 150 0.6 ~32 | 1400 | 7,000
(C50, C55) (JC8118)
Below 25018 210 0.4 ~32 | 1,200 | 5,000 210 0.4 ~32 | 1,200 | 6,000
TEH ~ ~ ~ ~
skt kD1 | 7560 100 0.8 32 | 1,500 | 6,300 100 0.8 32 | 1,500 | 7,500
ot EJ08050§ 150 0.6 ~32 | 1,400 | 5,900 150 | 06 ~32 | 1,400 | 7,000
JC8118
eaen e 210 0.4 ~32 | 1200 | 5,000 210 | 0.4 ~32 | 1,200 | 6,000
jl)/\_ F“/ﬁﬁ] ~ ~ ~ ~

(o P o0 Jeatie 100 0.8 32 | 1,500 | 6,300 100 0.8 32 | 1,500 | 7,500

W30 36HRC EJC7560) 150 0.6 ~32 | 1400 | 5900 150 0.6 ~32 | 1400 | 7,000

JC8050)

(12311, 20) 210 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1200 | 6,000
FYn—K 4R - o o -

(Na ) HPM&Q@” o 100 0.6 32 750 | 3,000 100 0.6 32 750 | 3,500
38-43 ~ ~

Vol sl \Csoso) 150 0.4 32 750 | 3,000 150 0.4 32 750 | 3,500

(12511, P21 210 03 | ~32 620 | 2,500 210 | 03 ~32 620 | 2,900
AN ~ ~ ~ ~

‘3{;%6 1 100 0.4 32 550 1,650 100 0.4 32 550 | 1,900

42-52HRC N _

Hardened de s G050 150 0.3 32 550 1,650 150 0.3 32 550 | 1,900
.2344,1.2379
42-52HRC 210 - - - - 210 - - - -

1 AN ~ ~ ~ ~
(%g Siber - 100 0.15 32 250 240 100 0.15 32 250 280
55-62

Herdenca de Seo|EPMS 150 0.1 ~32 250 240 150 0.1 ~32 250 280
1.2344, 1.2379
55-62HRC 210 - - - — 210 — - — -

ny ??F- g’ggg;tﬁﬁ% ~100 1 ~32 1,200 6,150 | ~100 1 ~32 1,200 | 7,200

FE&300HBLLT |JCB118 - -

Groy & Notor et ronlG7560) 150 0.8 32 | 1,200 | 5,650 150 0.8 32 | 1,200 | 6,600
156, 86G). 210 0.6 ~32 | 1,000 | 4,700 210 | 06 ~32 | 1,000 | 5500
27 LRS ~100 0.8 ~32 | 1,350 | 5,850 | ~100 0.8 ~32 | 1,350 | 6,800

(SUS304) JC8050
BE250HBLLT | C7pen) 150 0.6 ~32 | 1,300 | 5,550 150 0.6 ~32 | 1,300 | 6,500

Stainless steel

Below 250HB 210 035 | ~32 | 1200 | 5,150 210 035 | ~32 | 1200 | 6,000
~100 0.5 ~32 480 1,150 | ~100 0.5 ~32 480 | 1,350

FaL&4% | DS150
(Ti-6AI-4v)  |(DS118)| 150 0.3 ~32 480 1,150 150 0.3 ~32 480 | 1,350

Titanium alloy ~ [(JC8050)
210 0.2 ~32 480 1,150 210 0.2 ~32 480 | 1,350
~100 0.5 ~32 250 450 | ~100 0.5 ~32 250 520

mas  |JC8118
(NCOT18)  |(DS118)| 150 0.3 ~32 250 450 150 0.3 ~32 250 520

Inconel (DS150)
210 0.2 ~32 250 450 210 0.2 ~32 250 520

L RHLRE, ap: ARDYIAARSE, Qe FEHAMDULAARSE, N : TEEEERE, VX YRE

£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed
afEALEDFEEE

1) EREOUHIGEER. BBAMES KT —JBIEICE CTHREBILEL,

2) VUYARELEBAIF, NRAARSEZEREBELYLELTLESZD., HIVERGEEREZTIFTEACEZEL,

FELAABYDEYEBREZRGTOTLLESEL,

3) BEBATENEESE. FTUAHRESEERILTLESLD, RINBLUVVIETIFTERCEEL,
4) T7—TA—IT&YPYLLTREDEZToTLLEZEL, I,
5) BEYMITHEAIYAZPMT100320ZER-PLS A ¥ — FEEADKIZ. LERHZ2OTEHN510%~30%TIFTHEASEZEL,

UYMMCTOF Y ETAMITEY K FTREBIFELLSL,

6) PYUBATEERDBRIF. FHEI0~20%EFE LTS,

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.

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
6) When using End mill type, reduce 10-20% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"

QMT VIR RT7EATITS54 R QXPH QXP type (facemill type)

New generation high feed mill

4y T B (mm) Tool dia.
2=}
WM |- k| RELES 40
Work materials | #1%& Overhung F# No. of teeth 6N % No. of teeth 7N
a a V§ a a n Vf
Grades Iength (mr?\) (mr?]) (min-") (mm/min) (mr‘:]) (mr?"n) (min-") (mm/min)
o ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
(850C, $55C) | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
RS2SOHBALT |(4c8050)| 250 0.5 ~32 1,000 4,800 05 ~32 1,000 5,600
(cs0,c55)  [(JC8118) 300 — - — _ = = — >
Below 250HB 350 — — - — — — — —
TER ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
(SKD61, SKD11) | 47560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
Eé&gi‘:‘fﬁ* (JC8050) 250 0.5 ~32 1,000 4,800 0.5 ~32 1,000 5,600
(1.2344, 1.2379) [JC8118) 300 — - — _ - = — =
Below 255HB 350 - - - - - - - -
FUNn—KU4R ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
(HPM7, PX5, P20) | jc8118 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
E*T\:A%%-gggrec JC7560) 250 0.5 ~32 1,000 4,800 0.5 ~32 1,000 5,600
(1.2311, P20)  [JC8050)| 300 - - - — = = = >
30-36HRC 350 - - - - - - - -
F1n—R 4 ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
(NAKBO, HPMT, P21) . 200 0.4 ~32 640 2,650 0.4 ~32 640 3,100
e e O NPT 0.3 ~32 600 2,500 0.3 ~32 600 2,900
/|
(1.2311, P21) 300 — — = = — — — —
38-43HRC 350 — - - - - - - -
A ~150 0.4 ~32 520 1,550 0.4 ~32 520 1,800
(SKD61, DAC, DHA) 200 0.2 ~32 520 1,550 0.2 ~32 520 1,800
IE&42-52HRC | JC8118 . < — < > < = = -
Hardened die steel(JC8050)
(1.2344, 1.2379) 300 - — - - - — — —
42-52HRC 350 - - - - - - - -
AN ~150 0.15 ~32 240 230 0.15 ~32 240 270
(SKD11, SLD, DC11) 200 0.1 ~32 220 210 0.1 ~32 220 250
E&55-62HRC | JC8118 o = = — — — = = -
Hardened die steel|EPMW3#
(1.2344, 1.2379) 300 - - - - - - - -
55-62HRC 350 - - - - - - - -
BT - 5554 VG ~150 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
& a({%%gl_ﬁ:&? 8118 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
Grey & Nodular castiron(JC7560), 250 0.5 ~32 900 5,400 0.5 ~32 900 6,300
(GG, GGG) 300 - - - - - - - -
Below 300HB 350 — — — — — — _ _
_ : ~150 0.6 ~32 1,200 5,400 0.6 ~32 1,200 6,300
Z ~ I/x”m i) i) i) i)
(;Jssof)” 18050 200 0.4 ~32 1,100 4,950 0.4 ~32 1,100 5,800
BWE250HBUT | 5oe0) 250 0.3 ~32 1,000 4,450 0.3 ~32 1,000 5,200
Stainless steel Y 300 = = = = — — _ —
Below 250HB 350 _ _ _ _ _ _ — —
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
FHaLA% | DS150 200 0.4 ~32 440 1,050 0.4 ~32 440 1,230
(Ti-6Al-4V)  |(DS118) 250 0.3 ~32 440 1,050 0.3 ~32 440 1,230
Titanium alloy ~ {(JC8050) 300 — — — — — — — —
350 — — — — — — — -
~150 0.6 ~32 240 430 0.6 ~32 240 500
mas  |Jcs1s 200 0.4 ~32 200 360 0.4 ~32 200 420
(INCO718)  [(DS118) 250 0.3 ~32 200 360 0.3 ~32 200 420
Inconel (DS150) 300 = = — — = — — —
350 = = = = = = = =

L RHLRE, ap: MARDYAARE, Qe FEAMDULGAARSE, N : TEEEERE, Vi X YERE

£ : Overhung length, @p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERIR

1) EREOUHIEHR. BBAES KT —JRBIEICE CTHREBILEL,

2) VUYARELEBAIF., NRAARSEERBESLY LELTLESID., HEIVERGREZTFIFTEACEZ S,

L 1HEYDREYERFEZHNTLIEEL,

3) BHBATENEEE. FTUWAHREEELTLEELD, RINBIUVIETIFTERCEEL,
4) T7—TA—ITLYNYLKTRELEZT>TLEED, HIT, IBMCTOF v ET 4 MITIEIY CFRBISEFRELLZELN,
5) BEXYMITREAIYAZPMT100320ZER-PLI¢ A ¥ — hEEADKIZ, LEAZ2 OTEHMN510%~30%TIFTHEALEZEL,

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.

@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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Recommended cutting conditions for "EPMT/W-type inserts"
QMT VIR RT7EATIT54 R QXPH QXP type (facemill type)

A4 T EfZ (mm) Tool dia.
WA |y | RELES 50 50/ 52
Work materials | #4F& Overhung F# No. of teeth 7N F# No. of teeth 8N
Grades length (r?r%) (na1r$1) <mri:r1) (mrxr;in) (gr'%) (gﬁ\) (mli'lr‘) (mrxr;in)
[ ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
(S50C, S55C) | JC7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
BS250HBILF |C8050) 250 0.6 ~40 900 | 5350 0.6 ~40 900 | 6,100
(c50,Cc55)  |WC8118) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
Below 250HB 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
TEH ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
(SKD61, SKD11) | yc7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
ﬁ%gi't"eifﬂ: (JC8050) 250 0.6 ~40 900 5,350 0.6 ~40 900 6,100
(1.2344, 1.2379) |JC8118) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
Below 255HB 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
FUN—E ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
(HPM7, PX5, P20)( jCg118 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
BS0-36HRC |(jCc7560) 250 06 ~40 900 5,350 0.6 ~40 900 6,100
(1.2311, P20)  [JC8050) 300 0.5 ~40 800 4,750 0.5 ~40 800 5,450
30-36HRC 350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
SUN—E 8 ~150 0.8 ~40 540 2,600 0.8 ~40 540 3,000
(NAK80, HPM1, P21) 200 0.6 ~40 540 2,600 0.6 ~40 540 3,000
B b jggg;% 250 0.4 ~40 510 2,500 0.4 ~40 510 2,850
(1.2311, P21) 300 0.3 ~40 480 2,350 0.3 ~40 480 2,700
38-43HRC 350 0.3 ~40 480 2,000 0.3 ~40 480 2,300
AN ~150 0.6 ~40 400 1,400 0.6 ~40 400 1,600
(S%EE?AEDQE:H%%A) . 200 0.4 ~40 400 1,400 0.4 ~40 400 1,600
Hardenad dio steell 108050 250 0.2 ~40 400 1,400 0.2 ~40 400 1,600
(1.2344, 1.2379) 300 - - - - - - - -
42-52HRC 350 — — — — — — — —
AT ~150 0.15 ~40 190 210 0.15 ~40 190 240
(Sﬁg'?ég sg% I-Iijl'\?é” 8118 200 0.15 ~40 170 190 0.15 ~40 170 220
Hardonad die Steel|EPMWs 250 0.1 ~40 170 190 0.1 ~40 170 220
(1.2344,1.2379) 300 - - - - - - - -
55-62HRC 350 - - - - - - - -
BTR - 4H a4 L5 ~150 1 ~40 900 7,500 1 ~40 900 8,600
- é({g%gﬁgﬁ = | ycstis 200 0.8 ~40 900 6,300 0.8 ~40 900 7,200
Grey & Notlar cast 1o JG7560) 250 0.6 ~40 850 5,950 0.6 ~40 850 6,800
(GG, GGG) 300 0.5 ~40 800 5,600 0.5 ~40 800 6,400
Below 300HB 350 0.4 ~40 800 5,600 0.4 ~40 800 6,400
P ~150 0.8 ~40 950 5,600 0.8 ~40 950 6,400
(5US304 | ,c8080 200 0.6 ~40 950 5,000 0.6 ~40 950 5,700
BE250HBLT | S7p 0 250 0.4 ~40 900 4,700 0.4 ~40 900 5,400
Stainless steel 4 300 0.3 ~40 900 4,700 0.3 ~40 900 5,400
Below 250HB 350 0.3 ~40 850 4,450 0.3 ~40 850 5,100
~150 0.8 ~40 380 1,050 0.8 ~40 380 1,220
FaLae | DS150 200 0.6 ~40 380 1,050 0.6 ~40 380 1,220
(Ti-6AI-4V)  [(DS118) 250 0.4 ~40 350 980 0.4 ~40 350 1,120
Titanium alloy  [(JC8050) 300 0.3 ~40 350 980 0.3 ~40 350 1,120
350 0.3 ~40 320 890 0.3 ~40 320 1,020
~150 0.8 ~40 190 390 0.8 ~40 190 450
fitaas Jcs118 200 0.6 ~40 190 390 0.6 ~40 190 450
(INCcO718)  |(DS118) 250 0.4 ~40 160 330 0.4 ~40 160 380
Inconel (DS150) 300 0.3 ~40 160 330 0.3 ~40 160 380
350 0.3 ~40 130 270 0.3 ~40 130 310

L RBHLES, ap: MARDOYAHES, ae: FEAMOUNAARES, N TEERRE, Vi EYRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFALEDIERE

1) EREOUHIEER. BBAES KT —JBIEICE CTHREBCLEL,

2) VUYARELEBAIF., NRAARSEZEREBEL Y LECLTLESZD., HIVERGEEREZ T IFTEACEZEL,
FELAABYDEYEBREZRGTOTLLESE,

3) BEBATENEEE., FTUAHRESEEILTLESLD, RINBLUVIETIFTERCEEL,

4) T7—TA—IC&YPNYLKTHRELEZT>TLEED, BT, IEMCTOF v ET 4 MITIEY CFRBISEFREL LS,

5) B*YMITREHAYAZPMT100320ZER-PLISA V4 — & EADKIE, LRBAZ2OTEHEMN510%~30% TFIFTHEACEZEL,

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.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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=&Y A EPMT/ Wi F) 5384 29— 1REELNHISE &

Recommended cutting conditions for "EPMT/W-type inserts"
QMT VIR RT7EATITS54 R QXPH QXP type (facemill type)

1Y | =HLES TE#Z (mm) Tool dia.
WHEIAM  |T—k ] «mm) 63 /66
Work materials | #+§& O\I/:r:htjhng F# No. of teeth 8N
Grades ¢ (r?r?\) (naﬁr%) (m?n“) (mn\ﬁﬂn)
o (;‘;)—"Eﬁéiﬁgsc) ~200 1 ~50 800 5,750
,$55C) | ;67560 250 0.8 ~50 800 5,450
HC250HBILT (UCs050)| 300 0.6 ~50 720 4,900
(c50,C55)  |(JC8118) 350 0.5 ~50 640 4,350
Below 250HB 400 0.4 ~50 640 4,350
(SKD%%éﬂlﬂ( o1 ~200 1 ~50 800 5,750
LSR5 JC7560 250 0.8 ~50 800 5,450
"’E%ﬁi@%fﬂ JC8050) 300 0.6 ~50 720 4,900
(1.2344, 1.2379) [JC8118) 350 05 ~50 640 4,350
Below 255HB 400 0.4 ~50 640 4,350
Fyn—E4H ~200 1 ~50 800 5,750
(HPM7, PX5, P20) [ JC8118 250 0.8 ~50 800 5,450
BSS0-86HRC 11C7560) 300 0.6 ~50 720 4,900
(12311, p20) [JCBOS0)| 350 05 ~50 640 4,350
30-36HRC 400 0.4 ~50 640 4,350
( Fyn— }:;/@1&11) ~200 0.8 ~50 430 2,400
NAK80, HPM1, P2 250 0.6 ~50 430 2,400
L Jcs118 ;
BESEASHRC WOl 500 | 04 | =50 | a0 | 2000
(1.2311, P21) 350 0.3 ~50 370 2,100
38-43HRC 400 0.3 ~50 370 1,800
( HEANSE ) ~200 0.6 ~50 320 1,300
SKD61, DAC, DHA 250 0.4 ~50 320 1,300
_ Jcs118 :
Hg%ciﬁgdsjs Etga JC8050) 300 0.2 ~50 320 1,300
(1.2344, 1.2379) 350 — — — —
42-52HRC 400 — — — —
( A ) ~200 0.15 ~50 150 190
e
Hardened die steel | EPMW#z -
(1.2344, 1.2379) 350 — — = =
55-62HRC 400 — — — —
m“.%f WYYY, ;Lﬁﬁﬁk ~200 1 ~50 720 6,900
FC, FCD 250 0.8 ~50 720 5,750
SR |Jcs118 ,
Gféi;/a;ﬁgdagr%ﬁt-ifon JC7560) 300 0.6 ~50 680 5,450
(GG, GGG) 350 0.5 ~50 640 5,100
Below 300HB 400 0.4 ~50 640 5,100
25 LS ~200 0.8 ~50 750 5,050
(SUS304) JC8050 250 0.6 ~50 750 4,500
Stainless steel 350 03 ~50 710 4,250
2z o A5 UAIE 400 03 ~50 670 4,000
~200 0.8 ~50 300 960
Fav a4 | DS150 250 0.6 ~50 300 960
(Ti-6Al-4v)  |(DS118) 300 0.4 ~50 280 900
Titanium alloy ~ {JC8050) 350 0.3 ~50 280 900
400 0.3 ~50 250 800
~200 0.8 ~50 150 350
fitsas Jcs118 250 0.6 ~50 150 350
(INco718)  [(DS118) 300 0.4 ~50 130 310
Inconel (DS150) 350 0.3 ~50 130 310
400 0.3 ~50 100 240

L RELRSE, ap: BHAADOUAARS, Qe EBRARDYAAHES, N TEEEREE, Vi £ YRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERIR

1) EREOUHIEER. BBAES KT — RIS CTHREBILEL,
2) VUYARELEBARIF., RAARSEERBESLY LECLTLESID, HEIVERGEREZ TFIFTEACEZ S,
L 1HEYDREYEFEZHNTLIEEL,
3) BHBATENEEE. FTUWAHREEEILTLESLD, RINBIUVIETIFTERCEEL,
4) T7—TA—ILYPNYLKTRELEZT>TLEEL, HIT, IEMCTOF v ET 4 MITIEIY CFRBISEFREL LS,
5) B#*EYMITRHEHAIYAZPMT100320ZER-PLIEA V¥ — & EADKIE, LREAZ2OTEHEN510%~30% TFIFTHEACZEL,

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.
@ 5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
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BBEM I EPHWIS F5E3HA >4 — b A& G (2]
Recommended cutting conditions for "EPHW-type inserts"
QMY Y I R EDaT7—~y F/MQXE + BEE—# (EP 17—~y RAAX—ILEBES v 2 F7—/\)  MQXand MSN type
DY BRAT IS4 R IQXPH

ey ITEZ (mm) Tool dia.
R EI #4 H—Ft 16 /17 20 20/ 21
Work materials | #i%& A% No. of teeth 2N F# No. of teeth 3N % No. of teeth 4N
Grades | &) (o) | (o) | (i) (mrxr;in) (i) o) | oy | (mim) (mrxr;in) () (o) | o) | (mim) (m%ﬁqm)
BEANE ~70 | 0.30 | ~10 (1,790 2,860 | ~80 | 0.30 | ~14 |1,430|3,430 | ~80 | 0.30 | ~14 |1,430|4,570

(SKD61, DAC, DHA)

& 42-52HRC - - -
JB24262HRC | 0118|100 | 0.25 | ~10 | 1,610(2,060 | 120 | 0.25 | ~14 |1,290(2,480 | 120 | 0.25 | ~14 1,290/3,300
(1:2344, 1.2379) 130 | 020 | ~10 |1,430(1,370 | 160 | 0.20 | ~14 |1,140 1,640 | 160 | 0.20 | ~14 | 1,140|2,190

AN ~ ~ ~ ~ ~ ~
(SKD1T SLD, DC1H) 70 | 0.20 10 11,590 950 ~80 | 0.20 14 11,270|1,140 | ~80 | 0.20 14 11,270|1,520

F&55-62HRC - - -
Harggﬂidfifﬁgfl DH102 | 100 | 0.15 10 [1,430| 770 120 | 0.15 14 11,140| 920 120 | 0.15 14 (1,140 1,230

Sl 130 | 0.10 | ~10|1,270| 610 160 | 0.10 | ~14 1,020/ 730| 160 | 0.10 | ~14 |1,020] 980
{4 IE%E (mm) Tool dia.
WHEIH | YU—+ 25/26 25/26/28
Work materials | #13& F# No. of teeth 4N F# No. of teeth 5N
Grades (mgn) (n?r’?]) (r?r?l) (m?‘ﬂ) (mr}ér;in) (m%u (na1rr1)1) (rﬁr?q) (mI;:]'1) (mrxr;in)

FEANIA ~ ~ ~ ~
(SKDB1. DAC. DHA) 100| 0.30 18 1,150 3,680 [~100| 0.30 18 {1,150 4,600

& 42-52HRC - ~
JE24282HRC | jcat1g| 150| 0.25 | ~18 1,040 2,660 | 150| 0.25 | ~18 |1,040 |3,330
(1.2344, 1.2379) 200| 020 | ~18| 920[1,770| 200/ 0.20 | ~18 | 920|2,210

BEANE ~ ~ ~ ~
(SKD1T SLD, DC1H) 100| 0.20 18 11,020 |1,220 (~100 | 0.20 18 {1,020 {1,530

E&55-62HRC - -
(B0 62HRC | DH102 | 150| 0.15 | ~18| 920| 990 | 150| 0.15 | ~18 | 920 |1,240

s e 200/ 0.10 | ~18| 820| 790| 200| 0.10 | ~18 | 820| 980

L :RHLERSE, ap: MARDYIAARSE, Qe FEHMDOUAARSE, N : TEEEEE, VX VEE
£ : Overhung length, a@p : Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

aff A EDIEEE
1) LEROUIHIEER, EBHRIES XTI —I RIS CTRECEEL,

2) VUOYLREELESEE, VAARSELERELY BEILTLESD, HIVFEYREEZTFTERACELESL,
3) BEBATRDEEE., FTVRAARSEEZCLTLLEEN, RIINBLUVIETIFTERACEEL,

4) T7—70—(&YPY K FREBVEBET>TLEEL, HIZ, IBMCTOF Y ET A MITREYY < FMBITFELSEZELN,
5) YUV BATEFERDEE. FHE10~20%%FE LTS,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.

5) When using End mill type, reduce 10-20% of the above data.
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B I EPHWIS F5E3HA > — b EAYIHIE G (2]
Recommended cutting conditions for "EPHW-type inserts"
QMY VI R EDaT7—~y F/MQXE + fBE—# (E¥a15—~y FRAFT—ILEBES v 29 7—/%)  MQXand MSN type
x93 4T IS4 X IQXPH

4> TE#Z (mm) Tool dia.
% il #4 H—k 30/32/35 32/35
Work materials | #+F& F% No. of teeth 5N F% No. of teeth 6N
Grades (mm) (na'mp']) (gr%) (mﬂﬂ) (mrr\érfnin) (mgﬂ) (r?r%) (2;) (mﬂﬂ) (mrx’f“i”)

(SKD;IS%ADT\%IEIDHA) ~130 0.30 ~24 900 3,600 ~130 0.30 ~24 900 4,320
Hﬁai}feﬁgé%izeHstga Jcs118| 190 0.25 ~24 810 2,590 190 0.25 ~24 810 3,110
g 'i%‘fg’z;égw) 250 0.20 ~24 720 1,730 250 0.20 ~24 720 2,070
(SKD;I%{BﬁlﬂDCm ~130 | 0.20 ~24 800 1,200 | ~130 0.20 ~24 800 1,440
H‘f}feflgﬁizjgfecel DH102| 190 | 0.15 ~24 720 970 190 | 0.15 ~24 720 1,160

1.2344,1.2379

( o5 62HRC ) 250 | 0.10 ~24 640 770 250 0.10 ~24 640 920

A4 TEE (mm) Tool dia.
B H—k 40/ 42 40
Work materials | #{%& F% No. of teeth 6N F# No. of teeth 7N
Grades | ik, o) G | oy | oty | (i &3 S| oy | ot

(SKDZ%{\L(%WDHA) ~130 | 030 | ~32 | 720 | 3460 | ~130 | 030 | ~32 | 720 | 4,030
Hﬁf}ge‘;ezé%izgggel Jcs118| 190 | 0.25 ~32 650 | 2,500 190 | 0.25 ~32 650 | 2,910
il 'i%‘fgé;ég?g) 250 0.20 ~32 580 1,670 250 0.20 ~32 580 1,950
(SKDﬁ?&’EﬁDCﬂ) ~130 0.20 ~32 640 1,150 | ~130 0.20 ~32 640 1,340
Hﬁg}geigt-i%izeHth’gel DH102 190 0.15 ~32 580 940 190 0.15 ~32 580 1,100

1.2344,1.2379

( o5 6IHRC ) 250 0.10 ~32 510 740 250 0.10 ~32 510 860

£ :RHELRSE, ap: MARODYEAHRE, Ae: FEAADOYRAHFRE, N TEEIGERE, Vi XY RE
£ : Overhung length, @p : Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

aff A EDTEEIE
1) EEOUIHIEHEE. EERES LTI —I R CTRECEZEL,

2) VUYLREELEGERE, AARSZLEHELY BRI LTLESD, HIVFEYVEREEZTFTERCEZEL,
3) BEBAFRDEEE., FTURAARESEEZLTLEED, RIINBLUVVIETFIFTERACESL,

4) T7—70—ILYPY K FREVEBETOTLEEN, HFIT, IBMCTOF v ET A MITREY < FRE(TTFELSFZELN,
5) vV TEFERDBER. FHEI0~20%%FE LTS,

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 Feed speed.

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.

5) When using End mill type, reduce 10-20% of the above data.
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BB A EPHWH F%k3iia 49— {ER NI #t (2]

Recommended cutting conditions for "EPHW-type inserts"
QMT VIR RT7EATIT54 R QXPH QXP type (facemill type)

4y T B (mm) Tool dia.
wWEl M |P—F 40
Work materials | #17& F% No. of teeth 6N Y F# No. of teeth 7N .
Grades| &) o e ) | omiin | oam) (@) i) | (mm/min
s 'ﬁ)’é)\hgﬁﬂ ) ~100 0.30 ~32 720 3,460 0.30 ~32 720 4,030
%DQZDQZH%A JC8118 150 0.25 ~32 650 2,500 0.25 ~32 650 2,910
Hardened die steel ~ _
(1.2344, 1.2379) 200 0.20 32 580 1,670 0.20 32 580 1,950
42-52HRC 250 0.10 ~32 580 1,670 0.10 ~32 580 1,950
(SKDﬁSéﬁLDmDCM) ~100 0.20 ~32 640 1,150 0.20 ~32 640 1,340
H@§5'5é%2’HRC| S 150 0.15 ~32 580 940 0.15 ~32 580 1,100
ardened die steel ~ ~
(1.2344, 1.2379) 200 0.10 32 510 740 0.10 32 510 860
55-62HRC 250 = - - - = = — —_
£y T E%#& (mm) Tool dia.
WAl |U—+b 50 50/ 52
Work materials *j*i FH# No. of teeth 7N F# No. of teeth 8N
Grades (m%\) (r?r%) (gr?m) (ml?n'1) (mrxrfnin) (g,%) (22) (mr?n'*) (m"\é'f“i“)
( BEANGE ) ~150 0.30 ~40 570 3,190 0.30 ~40 570 3,650
SEDQZDQSH%A JC8118 200 0.25 ~40 510 2,280 0.25 ~40 510 2,610
Hardened die steel ~ ~
(1.2344, 1.2379) 250 0.20 40 460 1,550 0.20 40 460 1,770
42-52HRC 300 0.10 ~40 460 1,550 0.10 ~40 460 1,770
. 'ﬁ)éhﬂﬂ il ~150 0.20 ~40 510 1,070 0.20 ~40 510 1,220
KD11, SLD, DC11
B &55-62HRC S 200 0.15 ~40 460 870 0.15 ~40 460 990
Hardened die steel o o
(1.2344, 1.2379) 250 0.10 40 410 690 0.10 40 410 790
55-62HRC 300 - - - — = — - —
4> T E#& (mm) Tool dia.
WAl |P—F 63 /66
Work materials | #1F& H% No. of teeth 8N
Grades (m*?n) (r?r?]) (gr?q) (mli—:r‘) (mn\qﬁqin)
( KD'I,E)I\))/(\LMDHA) ~200 0.30 ~50 450 2,880
85§364'2_5g|'.1RC 1C8118 250 0.25 ~50 410 2,100
Hardened die steel ~
(1.2344, 1.2379) 300 0.20 50 360 1,380
42-52HRC 350 0.10 ~50 360 1,380
( BEANGE ) ~200 0.20 ~50 400 960
SKD11, SLD, DC11
1B &55-62HRC S 250 0.15 ~50 360 780
Hardened die steel =
(1.2344, 1.2379) 300 0.10 50 320 610
55-62HRC 350 = = = -

D EHELRS, ap: BARDUIRAAHES, Ge: FEARDYNEAAES, N TEEEREE, Vi XY RE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERE
1) LEEROUIHIEHEE. BT KT —I RIS CTREIZEL,

2) VPYNREELSEEF, VAAFRSELERELYIECLTLESD. HIVFREYEREEZTFTERACELEL,

3) BMBATEDBEE., FTURAAREIEZELTLEZN, RIINELVVIETIFTHERLC S,

4) T7—7O—(&YYY K FTHREVEBET>TLEE, HIT, IBMCTOF Y ETF A MITIEHYY < FTREITTFECIZELN,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QMT Y RED 2T -~y F/MOXF + B —# (EP215—~y FAF—ILEBEL v >9 7—/%) MQXand MSN type
x84 T 754X /QXPH

M | s, IEE (mm) Tool dia.
15 )+ ﬁ'f_‘/b H—k 16 /17 20 20/ 21
Work materials Applcable MiE F# No. of teeth 2N H# No. of teeth 3N F# No. of teeth 4N
inserts_[Grades (m@n) (r?r?"n) ?rm()a (mﬁw) (mrm]in) (mlrzn) (rﬁr‘r)\) ?rm? (m?\") (mrm\in) (rﬁr":\) ?rm? (mri?'1'1) (mr>1//rfnin)
R ~ ~
(S50C. $550) JC8050 80 | =5.0/=12.8| 3,180| 950 |~100|=5.0 |=16.0/2,550 1,150 | =5.0 |=16.02,550 |1,530
EE(;C;?E&HS?:EET PLAZz |(UC8118) 120 | £3.0 =6.4| 2,860| 770| 150|=3.0 | =8.0|2,300| 930 |=3.0|=8.0|2,300 |1,240
(cs0, C55) (CX75)
Below 250HB 160 | =2.0| =3.2| 2,540| 610 | 190 =2.0 =4.0|2,040| 730(=2.0|=4.0/2,040| 980
TEH ~ ~
(SKDB1, SKD11) 80 | =5.0|=12.8 2,980| 890 |~100| =5.0 |=16.0/2,390 |1,080 | =5.0|=16.0/2,390 |1,430

RSZOOMBUT | puyy |(S000| 120 | <3.0| <64 2680 720| 150 <3.0/<8.0(2,150| 870|=3.0|=8.0/2,150 1,160

Die steel
S gie) 160 | £2.0| =3.2| 2,380| 570| 190 <2.0| <4.0(1,910| 690|=<2.0| <4.0/1,910| 920
TUN—FE ~80 | £5.0/<12.8 2,980| 890 |[~100| <5.0|<16.0/2,390 |1,080 | £5.0|<16.0/2,390 |1,430

(HPM7, PX5, P20) Jcs118
RSSOSOHRC | PLE |\Caoso) 120 | 3.0 6.4| 2,680 720| 150 =3.0|<8.0|2,150 | 870|=3.0 =8.0 /2,150 1,160

(1.2311, 220) 160 | <2.0| =3.2 2,380| 570| 190|<2.0|<4.0(1,910 690 |=<2.0 =<4.0|/1,910| 920
TUN—F ~80 | <4.0| <9.6| 2,390| 570 [~100| <4.0 <12.01,910| 690 | <4.0|<12.0/1,910| 920

(NAK80, HPM1, P21 1C8118
B o oS | PLE |Caoso) 120 | =2.5| <4.8| 2,150 470 | 150 <2.5|<6.0|1,720| 570|=<2.5|<6.0|1,720| 760

Sl 160 | <2.0| <2.4| 1,910| 380| 190 <2.0|=<3.0/1,530| 460|=<2.0|=<3.0/1,530| 610

BEANER ~ ~
o he 80 | 3.5 =8.0| 1990 480 |~100| £3.5/<10.0/1,590 | 570|=3.5/<10.0/1,590| 760

[BSa262HRC | py g (JDijgg 120 | 2.5/ <4.0| 1,790 390| 150|<2.5|=5.0|1,430| 460|=<2.5|=<5.0|1,430| 620

(1.2344,1.2379) 160 | <1.2| <2.0| 1,590| 300| 190|=1.2|=<2.5(1,270 360|=<1.2|<25|1,270 480
BEANER - -

aai e 80 | <25/ <6.4| 1,390| 280 |~100| <2.5|<8.0(1,110| 330 |=<2.5|<8.0/1,110 440

1#&55-62HRC 7
B do e PLF; |DH102| 120 | <1.5|<3.2| 1,250, 230| 150 <1.5|<4.0|1,000 270|=1.5|<4.0|1,000 360
1.2344,1.2379,

55-62HRC 160 | - - - | - 190 - - | - - - - - -
I ST ~80 | =5.0|=16.0 2,980/1,190 [~100 | =5.0 |=20.0/2,390 /1,430 | =5.0|=20.0/2,390 1,910
é%?ﬁﬂ%%& PLI |iinos) 120 | 4.0/ <8.0] 2680 960| 150 <4.0/=10.02,150 1,160 | 4.0 10.0/2,150 1,550
GG, GGG
Bekoy S0LB 160 | =3.0| =4.0| 2,380/ 760 | 190|<3.0 =<5.0/1,910| 920|=3.0|<5.0/1,910 1,220
AFULRH ~80 | <5.0|<12.8 2,980/ 890 [~100| <5.0 <16.02,390 |1,080 | <5.0|<16.0/2,390 [1,430
(SUS304) Ly |2CB050
B&250HBLIT | oo [(JC8118) 120 | <3.0| 6.4 2680 720 | 150 <3.0| 8.0 /2,150 870|=3.0| =8.0 2,150|1,160
Stainless steel 77 |(JC7518)
Below 250HB 160 | 2.0/ =3.2| 2,380| 570| 190|=<2.0| <4.0/1,910 | 690|=2.0|<4.0/1,910 920
= ~80 | <5.0| 9.6 1,190/ 360 [~100| <5.0 <12.0 950 | 430|=<5.0|<12.0] 950 570
FAVER

(T-6AM4Y) | SUEs | eial 120 | <3.0| <4.8| 1,070) 290 | 150| <3.0|<6.0| 860| 350 |=3.0|=6.| 860| 460

Titanium alloy 160 | <2.0| =2.4| 950 230| 190|=<2.0/ <3.0| 760| 270|=<2.0|<3.0| 760 360
~80 | <5.0| <9.6] 600 180 |~100] <5.0|<12.0] 480 220|=5.0|<12.0 480| 290
120 | <3.0| <4.8| 540 140| 150/ <3.0|=<6.0| 430| 170|=3.0|=<6.0| 430| 230
160 | <2.0| <2.4| 480 110| 190|=<2.0|=3.0| 380| 140|=20|=<3.0| 380| 180
FLI=HLAS ~80 | <5.0|<32.0/12,000/4,800 |~100] <5.0 |<40.0/9,550 |5,730 | <5.0 |<40.0/9,550 7,640
BE50-110HB | Nis | FC1s | 120 | <4.0|<16.0 9,000/3,240 | 150 <4.0 |<20.0/7,160 |3,870 | 4.0 |<20.0/7,160 5,160

Aluminum alloy

50-110HB 160 | =3.0| =8.0| 6,000/1,920 | 190 =3.0 =10.0/4,780 |2,290 | =3.0 |=10.0/4,780 (3,060

L RHELRE, ap: IAAOUAAHRS, Qe FBEARDYAAHRES, N TEEEREE, Vi X YRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDFESE
1) LEOUIEIGEEE. BRSO —IRBIMEICE C THRE LS,
2) VUYDRELEHEE, IAHFRIEZLRHMELIY HELTLLEILD, HHIVEEYREZTIFCTHERCEZSL,
3) BHBATEDHEEIF. FTURAAERSIEZECLTLESIL, RIINBLUVVIZTIFTHERACIZEL,
4) T7—JO—IC&YLIYKTHREDREEZT>TLE S, HIZ, IBMCTOF Y ETAMITEYIY K FREBITERLCL S,
5) x4 TEFEADEEIR. FHEE10~20%%F L LTLZEL,
6) AIEMALFH L IEERMELIFINIICTZPMT *-PLNL/SLIZ HER A V9 — b EHERADISA L.
WEB# # O OUEIGFHRESBIZEWN (FEEQRI—FELY) o
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 Feed speed.
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.
5) When using End mill type, reduce 10-20% of the above data.
6) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.

MEEE
(INCO718) SLF
Inconel

DS118
(JC7518)




// DIJET

JENIYFIZPMT*-PLINLISLIS FT4535iaq > —F A& H (3]
Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QMY Y I RAED 25—~y F/MQXH + TBE—8 (EP 15—~y FEA—IBES Yo 7—/\)  MQXand MSN type
x84 TI754 R IQXPHE

It 4> ITE®&E (mm) Tool dia.
5 1 4 4;_‘1 H— 25/ 26 25/26/28
Work materials Applcable Mg FH No. of teeth 4N F#h No. of teeth 5N
inserts [Grades| £ (o) TS () (mn\%nin) & oS (i) (mrr\'n{rfnin)
wR ~
(Sshe Sasc) Jcs0s0 |~ 120 <50 | <200 | 2,040 | 1,220 <50 | <200 | 2,040 | 1,530
FEC2SOHBALT | pLfy |(UCs118) 190 <30 <10.0 1,840 990 <3.0 <10.0 | 1,840 1,240
(C50, C55) (CX75)
Below 250HB 235 <20 <5.0 1,630 780 <20 <50 | 1,630 980
TESH ~

(SKDBT oKD 1) catso 120 <50 | <200 @ 1,910 | 1,150 <50 | <200 | 1,910 | 1,430
SEOSHBYT | PLE | i Canrg| 190 =30 | =10.0 | 1,720 930 =30 | =100 | 1,720 | 1,160
Slers o) 235 <20 | =50 | 1,530 730 <20 | =50 | 1,530 920
S ~
ATt N o 120 <50 | <200 | 1,910 | 1,150 <50 | =200 | 1,910 | 1,430
FESSO-SGHRC | pLy (JCaos0)| 190 <30 | =100 | 1,720 930 <30 | =10.0 | 1,720 | 1,160
(12311, P20) 235 | <20 | <50 | 1530 730 | =20 | =50 | 1530 920
TUN—F4 ~

AT o 120 <40 | =150 | 1,530 740 <40 | =150 | 1,530 920
B o | pus |Caosg)| 190 <25 | =75 | 1,380 610 | =25 | =75 | 1,380 760

il 220 235 | =15 | <38 | 1,220 490 | =15 | =38 | 1220 610
AN -

ol S 120 <35 | =125 | 1,270 610 <35 | <125 | 1,270 760
E24252HRC | p (JDcmg) 190 <25 | =62 | 1,140 490 | =25 | =62 | 1,140 620
(1.2344, 1.2379) 235 | <12 | <32 | 1020 300 | =12 | =32 | 1,020 490

flc: ﬂﬂ ~

sl stber 120 <25 | =100 890 360 <25 | £100 890 440

55-62HRC "

[BSSSG2HRC | iy | DHD2 | 190 <15 <5.0 800 290 <15 <50 800 360
(1.2344, 1.2379)

55-62HRC 235 = = - - = = - =
i - 595 ~120 <50 | <250 | 1,910 | 1,530 <50 | =250 | 1,910 | 1,910
Y s JC8118
33213‘35%3 PLE |tz 190 =40 | =125 | 1,720 | 1,240 <40 | =125 | 1,720 | 1,550
B o 235 <30 <6.2 1,530 980 <3.0 <62 | 1530 | 1,220
252 LR ~120 <50 | <200 | 1,910 | 1,150 <50 | <200 | 1,910 | 1,430
(SUS304) Ly |JC8050

FEX250HBLIT ? lucste)| 190 <30 | =100 | 1,720 930 <30 | <100 | 1,720 | 1,160

Stainless steel | (SL#2) (JC7518)
Below 250HB 235 <20 <5.0 1,530 730 <20 <50 | 1,530 920
. ~120 <50 | <150 760 460 <50 | =150 760 570
?7/:1% DS118
(Ti-6A-4V) | SLE | j7mqgl 190 <30 <75 680 370 <3.0 <75 680 460
Titani Il
ranm ety 235 | <20 | <38 610 200 | =20 | =38 610 370
N ~120 <50 | =150 380 230 <50 | <15.0 380 280
MRE DS118
(INCOT18) | SLE | jo75rg| 190 <30 <75 340 180 <30 <75 340 230
| |
feone 235 <20 | =38 300 140 | =20 | =38 300 180

FILE=HLAES ~120 <50 | <500 | 7,640 | 6,110 <50 | =<50.0 | 7,640 | 7,640

j;féf?o-“OHB NL | FC18 190 <40 | <250 | 5730 | 4,120 <40 | <250 | 5,730 5,160
uminum alloy
50-110HB 235 <3.0 <125 3,820 | 2,440 <3.0 <125 | 3,820 3,060

L RBHLESE, ap: MARDYLAHES, Ae: FEFMOUNAHRSE, N TEERERE, Vi &Y RE
£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDEFESE
1) LEEOUIEIGEEE. BRRBIES K UT—RBIMEICE L THRECLED,
2) VUYDRELGEE, AHFRSIEZLRHMELIY HELTLLEIVD, HHIVEEYREZTIFCTHERCEZSL,
3) BBBATEDHESIF. FTURAAESIEZECLTLESIL, RIINBLUVVIZTIFTHEACIZEL,
4) T7—JO—IC&YLIY K TREDEZT>TLESL, HIZ. IBMCTOF Y ET A MITEYY K FREBITERLCLE S,
5) v YA TEFERADIGEEIF. FHEE10~20%%F L LTI,
6) AIEMALFY L IXERMELIFMNIICTZPMT *-PLNL/SLIZ AR A V49— & HRADIBAIL.
WEB# # O OUEIGFHKRESEIZEN (FEEQRI—F&LY) o

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 Feed speed.
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.
5) When using End mill type, reduce 10-20% of the above data.
6) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the

following QR code for the details of the cutting conditions table.




Ouick & Mini
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BEIYEAZPMT*-PLINL/SL; F%35Hs 2 H—F EELIEIEE (3]

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QMUY Y I RED 2T =~y F/MQXH + m8E—H (EPa15—~y RAA—IBES ¥ > F7—/\)  MQXand MSN type
SO RATIT54 R IQXPH

M | s IE& (mm) Tool dia.
15 1+ ﬁ’f_‘/h H— 30/32/35 32/35
Work materials Appicable MiE % No. of teeth 5N A% No. of teeth 6N
inserts | Grades (m?n) (n?r?\) ?n?r?z()a (mri:ﬂ) (mn\qﬁqin) <$r¢1) ‘?‘n‘?rf‘?‘)9 (mﬂr‘) (mrr\lcrfnin)
(85(’);#({:%55@5‘0) Jcs0s0 |~ 160 <50 <24.0 1,590 | 1,190 <50 <240 | 1,590 1,430
FEC2SOHBALT | pLy |(UCB118) 240 <30 | =120 | 1,430 960 <30 | =120 | 1,430 1,160
(C50, C55) (CX75)
Below 250HB 290 <20 <6.0 1,270 760 <20 <6.0 1,270 910
TE ~
(SKDB, SKDT1) 8050 160 <50 <24.0 1,490 | 1,120 <5.0 <240 | 1,490 1,340
BSEOSNBET | PLE | Canrg| 240 =30 | =120 | 1,340 900 =30 | =120 | 1,340 | 1,080
St ) 200 | =20 | =60 | 1,190 710 | =20 | <60 | 1,190 860
FJN— 4R —
(HPM;jpxsfggo) st 160 <50 <24.0 1,490 | 1,120 <50 <240 | 1,490 1,340
MS30-36HRC | pi (caoso)| 240 <3.0 <12.0 1,340 900 <30 <12.0 | 1,340 1,080
(12311, 220) 200 | =20 | =60 | 1,190 710 | =20 | =60 | 119 860
FUN—FR 4R -
R e o st 160 <40 <18.0 1,200 720 <4.0 <18.0 | 1,200 860
BS38-43HRC | pLy (jogoso)| 240 =25 <9.0 1,080 600 =25 <9.0 | 1,080 710
) 200 | =20 | <45 960 480 | =20 | =45 960 580
BEAALER ~
‘S;;DﬁDACHQEA’ cans 160 <35 | =£15.0 1,000 600 <35 <15.0 | 1,000 720
42-52) "
Hardnc o s PLE | Dhiop)| 240 <25 <75 900 490 <25 <75 900 580
“42-55HRC 290 <12 <338 800 380 <20 <38 800 460
BEANEE -
(S;g{ e 160 <25 | =120 700 350 <25 <12.0 700 420
55-62HRC
B85 62HRC | PLRZ | DH102 240 <15 <6.0 630 280 <15 <6.0 630 340
(1.2344,1.2379)
55-62HRC 290 - = - = — _ - _
wIh Sy ~160 | =50 | =300 | 1490 | 1490 | =50 | =30.0 | 1,490 | 1,790
Y > JC8118
et | P |Di102)| 240 =40 | =150 | 1,340 | 1,210 =40 | =150 | 1,340 | 1,450
B anar 290 | <30 | <75 | 1,190 950 <30 | <75 | 1,190 | 1,140
;guzslgaf)ﬁl Jcgos0| ~ 160 <50 <24.0 1,490 | 1,120 <5.0 <240 | 1,490 1,340
FE&250HBLLT (zgj) (Jcs118) 240 <3.0 <120 1,340 900 <3.0 <12.0 | 1,340 1,080
Stainless steel 27 1(JC7518)
Below 250HB 290 <20 <6.0 1,190 710 <20 <6.0 1,190 860
R ~160 <50 <18.0 600 450 <50 <18.0 600 540
FIvaE DS118
(T-6A-4V) | S | joeqgl 240 <3.0 <9.0 540 360 <30 <9.0 540 440
Titanium allo
ranm etey 200 | =20 | =45 480 200 | =20 | =45 480 340
. ~160 <50 <18.0 300 230 <5.0 <18.0 300 270
MR S DS118
(INCOT718) SLI |jc7s1e) 240 <3.0 <9.0 270 180 <3.0 <9.0 270 220
| |
neene 200 | =20 | <45 240 140 | =20 | =45 240 170
FILEIZHLES ~160 <50 <64.0 | 5970 | 5,970 <50 <64.0 | 5,970 7,160
/_{%3‘50410% NLf | FC18 240 <40 <32.0 | 4,480 | 4,030 <40 <32.0 | 4,480 4,840
uminum alloy
50-110HB 290 =3.0 =16.0 2,990 | 2,390 <3.0 <16.0 | 2,990 2,870

L RHLESE, ap: MARDYHAHES, Ae: FEFMOVNAHRESE, N TERERE, Vi &Y RE
£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDFESE
1) LEOUIEIGEEE. BRSO —IRBIMEICE C THRE LS,
2) VUYDRELEHEE, IAHFRIEZLRHMELIY HELTLLEILD, HHIVEEYREZTIFCTHERCEZSL,
3) BHBATEDHEEIF. FTURAAERSIEZECLTLESIL, RIINBLUVVIZTIFTHERACIZEL,
4) T7—JO—IC&YLIYKTHREDREEZT>TLE S, HIZ, IBMCTOF Y ETAMITEYIY K FREBITERLCL S,
5) x4 TEFEADEEIR. FHEE10~20%%F L LTLZEL,
6) AIEMALFH L IEERMELIFINIICTZPMT *-PLNL/SLIZ HER A V9 — b EHERADISA L.
WEB# # O OUEIGFHRESBIZEWN (FEEQRI—FELY) o
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 Feed speed.
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.
5) When using End mill type, reduce 10-20% of the above data.
6) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




JRHIYFAZPMT*-PL/INL/SLH; H5k3ZHaY—F FRELHIEY
Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QMT Y I RED 2T —~AY F/MQXF + BE—# (E¥217—~y FAF—ILBEL Y I T7—N)
xR4T IT54 R IQXPH

// DIJET

MQX and MSN type

A | (s, IE& (mm) Tool dia.
5 1 4 4;—/% H— R 40/ 42 40
Work materials Applicable Mg % No. of teeth 6N A% No. of teeth 7N
inserts |Grades| .5 (rﬁr%) ?,ﬁ}?z? (m?r‘) (mn\%nin) (n?r%) ?rm? (mlil") (mrr\'n{rfnin)
(Sst’ﬂﬁc%éi@qc) Jcsos0 |~ 160 <50 | <320 | 1,270 | 1,140 <50 | =320 | 1,270 1,330
FEC2SOHBALT | Ly |(UCB118)| 240 <30 | =16.0 | 1,140 920 <30 | =16.0 | 1,140 1,080
(C50, C55) (CX75)
Below 250HB 290 <20 <8.0 1,020 730 <20 <80 | 1,020 860
TEH -
(SKDB, SKD11) o 160 <50 | <320 | 1,190 | 1,070 <50 | <320 | 1,190 | 1,250
:E%gi;%fﬂ) PL |(cairg)| 240 =30 | =16.0 | 1,070 870 =30 | =16.0 | 1,070 | 1,010
Bty 255015, 290 | =20 | =80 950 | 680 | =20 | =80 950 800
TUN—F ~
A gt i 160 <50 | <320 | 1,190 | 1,070 <50 | =320 | 1,190 1,250
"’E;fﬂ?jﬁ;gggic PL |Jogoso)| 240 | =3.0 | =16.0 | 1,070 870 <3.0 | =16.0 | 1,070 | 1,010
R 290 | <20 | <80 950 680 <20 | =80 950 800
(N;g(;,;mﬂm st ~160 <40 | =240 950 680 <40 | =240 950 800
BS3B-43HRC | pLRy (Jososo)| 240 =25 | =120 860 570 =25 | =120 860 660
eI 200 | <20 | =60 760 460 | =20 | <60 760 530
A ~
(KD g ) cans 160 <35 | =200 800 580 <35 | =200 800 670
H?f%%i%%e' PLR |Dhtoz)| 240 | =25 | =100 720 470 | =25 | =100 720 540
“42-53HRC 290 <12 <50 640 370 <12 <50 640 430
BEATI ~
(SEKEI?‘f' b 160 <25 | =16.0 560 340 <25 | =16.0 560 390
55-62HRC Y
[BSSE-62HRC | PL | DH102 240 <15 <8.0 500 270 <15 <8.0 500 310
(1.2344,1.2379)
55-62HRC 290 - = - = — — - _
g S5 ~160 | =50 | =400 | 1,190 | 1430 | =50 | =<40.0 | 1,190 | 1,670
X > , |JC8118
éﬁﬁﬁ%& PLE |Dr1o2) 240 <40 | <200 | 1,070 | 1,160 <40 | =<20.0 | 1,070 1,350
oo See 200 | =30 | =100 950 910 <30 | =100 950 | 1,060
ﬁs%lfslgox“f)ﬁl Jcg0s0 |~ 160 <50 | <320 | 1,190 | 1,070 <50 | <320 | 1,190 | 1,250
BE&250HBLIT (gtﬁ) (cs118)| 240 <30 | =16.0 | 1,070 870 <30 | =<16.0 | 1,070 | 1,010
Stainless steel 27 1(JC7518)
Below 250HB 290 <20 <8.0 950 680 <20 <8.0 950 800
N ~160 <50 | =240 480 430 <50 | =240 480 500
FHUEE DS118
(Ti-6A-4V) | SLE | o7eqg) 240 <30 | =120 430 350 <30 | =120 430 410
Titanium alloy
290 <20 <6.0 380 270 <20 <6.0 380 320
N ~160 <50 | <240 240 220 <50 | <240 240 250
MRS S DS118
(nluconls) SLE | o751 240 <30 | =120 220 180 <30 | =120 220 210
ncone
290 <20 <6.0 190 140 <20 <6.0 190 160
FLI=HLAES ~160 <50 | <80.0 | 4780 | 5,740 <50 | =<80.0 | 4,780 | 6,690
FEE50-110HB A
o ey | NLE2 | FCia 240 <40 | <400 | 3,580 | 3,870 <40 | <400 | 3,580 | 4,510
50-110HB 290 =30 <20.0 | 2,390 | 2,290 <3.0 <20.0 | 2,390 2,680

£ RELRE, ap: BARADUAARS, Qe FEARDYAAHES, N TEEEREE, Vi £ YRE
£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nff A EDTEEIE
1) EROUIEIZME. RS LT T—I RIS CTRESES L,

2) VUPYNFEELESERF, NAARSELERELYBEILTLESD. HEHIVFREYREETIFTERCELEL,
3) BHBBATROBEIE. FTURAAREEERLTLESLD, RINBLUVIEZTFIFTEACES,

4) T7—7O—C&UYPYKTREDEBETH>TIEEIL, I,

5) v O34 TEFERADEEIL, £HE10~20%%F &L LTLZELY,
6) fIEMTLEIFE L IFEEMLTLEFMIICTZPMT *-PLUNL/SLEE ALK MA 5 — £ FEROBEIE.
WEBH 4 OY DYBEIEHRESBCES L (FRBQRI—F&Y)

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 Feed speed.
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.

5) When using End mill type, reduce 10-20% of the above data.

6) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.

IMMCTDF v ET A MITIEIY K FREITTECFZELN,




Ouick & Mini
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Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QUT v D RART B A4 T T 54 RIQXPH;  QXP type (facemill type)

M | s IEE (mm) Tool dia.
B 4>
R HI y—r[Th 40
Work materials P MiE % No. of teeth 6N A% No. of teeth 7N
inserts [ Grades (m%) (n?r?\) ?n?r?z()a (mri:ﬂ) (mn\qﬁqin) <$r¢1) ‘?‘n‘?rf‘?‘)9 (mﬂr‘) (mrr\lcrfnin)
Ty ~

oo s 0| ~150 | =50 | =320 | 1270 | 1140 | =50 | =320 1270 | 1330

FEC2SOHBALT | pLiy (%85(;15?) 200 <30 | =16.0 | 1,140 920 <30 | =160 1,140 | 1,080

B 250 | <20 | <80 | 1,020 730 | =20 | =80 1,020 860

koot o ~150 | =50 | <320 | 1,190 | 1,070 | <50 | <320 1,190 | 1,250
MZOOHBUT | pufy |JCog| 200 | =30 | =160 | 1,070 870 | <30 | =160 1,070 | 1,010
el 250 | =20 | =80 950 | 680 | <20 | =80 950 800
FERA ~150 | <50 | <320 | 1,190 | 1,070 | <50 | <320 1,190 | 1,250

MSOSOHRC | PLE | iagsy| 200 | <30 | =160 | 1,070 870 | =30 | =160 1070 | 1,010

(12311, 720) 250 | <20 | =80 950 680 | <20 | =80 950 800
e e ~150 | =40 | <240 950 680 | <40 | <240 950 800

MOSSASHRC | pufy |ooneol 200 | =25 | =120 860 | 570 | <25 | =120 860 660

el 250 | <20 | <60 760 460 | =20 | =60 760 530
(KD S A ~150 | =35 | =200 800 580 <35 | =200 800 670
oo | PR |50 200 | =25 | <100 720 | 470 | =25 | =100 720 540

(12544, 1.2579) 250 | =12 | =50 640 370 | =12 | =50 640 430
e ~150 | =25 | =16.0 560 340 | =25 | =16.0 560 390
(B85 62HRC | PLR | DH102 200 <15 <8.0 500 270 <15 <8.0 500 310

55- - - - - - = - -
wyh Ao s ~150 | =50 | =40.0 | 1,190 | 1,430 <50 | =400 1,190 | 1,670

BESSOOBLT | pLRs [B005) 200 | <40 | <200 | 1070 | 1,60 | =40 | =200 1070 | 1,350
oo Sa), 250 | <30 | =100 950 910 | =30 | =100 950 | 1,060
AT LA 0| ~150 | =50 | =320 | 1190 | 1070 | <50 | =320 1,190 | 1250

mazoonBuT | O (Ucsre) 200 | <30 | =16.0 | 1,070 870 | <30 | =160 1,070 | 1,010

Stainless steel 77 |(JC7518)

Below 250HB 250 | =20 | <80 950 680 | <20 | <80 950 800
I ~150 | =50 | <240 480 430 | <50 | <240 480 500
(reAav) | stk | ol 200 | =30 | =120 | 430 | 350 | =30 =120 430 410

Titanium alloy

250 | =20 | =6.0 380 270 | =20 | =60 380 320
A ~150 | =50 | <240 240 220 | <50 | <240 240 250
VR DS11
(Ncorie) | sum |gon] 200 | <30 | =120 | 220 | 180 | =30 | =120 220 210
Inconel
250 | =20 | <6.0 190 140 | =20 | <60 190 160
FLIZOLER ~150 | <50 | <80.0 | 4,780 | 5740 | <50 | <800 4780 | 6,690

JESS0-UOHB | NLfy | FC18 200 | =40 | =400 | 3580 | 3,870 | =40 | =40.0 35580 | 4,510
uminum alloy
50-110HB 250 <3.0 <200 | 2,390 | 2,290 <3.0 <200 2,390 2,680

L RHLESE, ap: MARDYHAHES, Ae: FEFMOVNAHRESE, N TERERE, Vi &Y RE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEIE

1) EROUIHIZME. EEBAEES LTT—IBIEICE C TRECESEL,

2) VPYNREELESER, VAARSELERELIYBEILTLESD, HHIVFREYREETIFTERACELEL,

3) BHBBAFTROBEIE. ETURAAREEELTLLESLD, RIINBLUVVIZTIFTEACEE,

4) . I7—7A—I2&YPNY K FTRELEZIToOTEEN, HIZ, IBMCTOF v ETAMITEEIY K FREBITFELS LS
\a

5) BIE4LIFH L IEEELELFMIIZTZPMT *-PLUNL/SLIE LR A 9 — 2 ERADIBAL.
WEB# 2 07 DUIHIZHRESREIFLEL (FREQRaI—F&XY)
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 Feed speed.
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.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




// DIJET

EHIYAZPMT*-PLINL/SLES TEXHA Y —b REYEI& 4 (3]
Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QUT v D RART B A4 T TS5 4 RIQXPH  QXP type (facemill type)

A | (s, IE& (mm) Tool dia.
UL A PR 50 50/ 52
Work materials Applcable Mg FH No. of teeth 7N F# No. of teeth 8N
inserts |Grades| £, () o o) | i) | oS )| (movanin)
=S ~200 <50 | <400 | 1,020 | 1,070 <50 | <400 | 1,020 | 1,220
(S50C, SSS‘C) JC8050
RC2SOHBULF | pLyy |ucs1e) 250 | =3.0 | =200 920 870 | =30 | =200 920 990
(c50, C55) (CX75) < < < <
B, e 300 <20 | =100 820 690 <20 | =100 820 790
TAH ~200 <50 | <400 950 | 1,000 <50 | =400 950 | 1,140
(SKD61, SKD11) 8050
BS2SSHBEIT | pLig (J gl 250 | =80 | =200 860 810 =3.0 | =200 860 930
(1.23:‘&31?26379) Josie < < = =
B 300 <20 | =100 760 640 <20 | =100 760 730
FUN—F 8 ~200 <50 | <400 950 | 1,000 <50 | =400 950 | 1,140
N30 BGHRC JC8118 < - - _
‘N Seet PLE |()csoso) 250 <30 | =200 860 810 <30 | =200 860 930
12311, P2 300 <20 | =100 760 640 <20 | =100 760 730
TUN—F 8 ~200 <40 | =300 760 640 <40 | =300 760 730
oo e Jcs118 < = < <
Vi sl PL | \Caosg)| 250 <25 | <150 680 520 <25 | =150 680 600
1.2311, P21
1231, B2 300 <20 <75 610 430 <20 <75 610 490
BEANGE ~200 <35 | =250 640 540 <35 | <250 640 610
(S?EDéSJl’ZI?SAgHECH:A) Jca118 < < < <
Hernea o sec PLR | o] 250 <20 | =125 580 440 <20 | =125 580 500
2344, 1.237 300 <1.2 <6.0 510 340 <1.2 <6.0 510 390
AN ~200 <25 | =200 450 320 <25 | =200 450 360
e 215 | = <15 | =
Hersened de PLH | DH102 250 <15 | =100 400 250 <15 | =100 400 290
1.2344,1.2379,

e 300 <1.0 <50 360 200 <1.0 <50 360 230
BF# - 584LEH ~200 <50 | =50.0 950 | 1,330 <50 | =50.0 950 | 1,520
ﬁE‘égFa%gﬁBDg;l‘F , [JC8118 2 <4 <92 1 <4 <2 1.24
ez PLE |Dit102) 50 <40 | =250 860 ,080 <40 | =250 860 240

GG, GGG
B 300 <30 | =125 760 850 <30 | =125 760 970
ZFULRE ~200 <50 | =<40.0 950 | 1,000 <50 | =400 950 | 1,140
(SUS304) pLyy | 2C8050
FE&250HBLIT ? |ucst1g)| 250 <30 | =200 860 810 <30 | =200 860 930
Stainless steel | (SL#) (JC7518)
Balow 250HB 300 <20 | =100 760 640 <20 | =100 760 730
~200 <50 | =30.0 380 400 <50 | =30.0 380 460
FELEE DS118
(TH6AI4V) | SLF | jo7sqg) 250 <30 | =150 340 320 <30 | =150 340 370
Titanium alloy 300 | <20 | <75 300 250 | <20 | <75 300 290
~200 <50 | =300 190 200 <50 | =30.0 190 230
ARG DS118
(INCO718) | SLE | jo7qg)| 250 <30 | =150 170 160 <30 | =150 170 180
Inconel 300 | =20 <75 150 130 <20 <75 150 140
LI Amd ~200 <50 | <1000 | 3,820 | 5,350 <50 | <100.0 | 3,820 | 6,110
BEE50-110HB | NLjy | FC1s 250 <40 | <500 | 2,860 | 3,600 <40 | =500 | 2,860 | 4,120
Aluminum alloy
50-110HB 300 <30 | <250 | 1,910 | 2,140 <30 | <250 | 1,910 | 2,440

£ RELRE, ap: BARADUAARS, Qe FEARDYAAHES, N TEEEREE, Vi £ YRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nff A EDIEEIE

1) EROUIHIZHE. BEAES LT T—J RIS CTRESES L,

2) VPYNREELESEE, NAARSELERELYBEILTLESD. HHIVFREYREETIFTERCELEL,

3) BHBBAFTRDBEIE. FTURAAREEELTLESLD, RIINBLUVIETIFTHEACES,

4)1, I7—7A—I2&YPY K FTRELEZIToOTEEL, HIT, IBMCTOF v ET A MITEY K FREITSTECES
\c

5) BIEM4LITH L EEELELIFMIIZTZPMT *-PUNL/SLIEFER A 9 — FE2FERADBEL.
WEB# 2 07 DUIHIZHRESREILEL (FREQRaI—F&KY)

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 Feed speed.

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.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.
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BEIYEAZPMT*-PLINL/SL; F%35Hs 2 H—F EELIEIEE (3]

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QUT v D RART B A4 T T 54 RIQXPH;  QXP type (facemill type)

it It 4> IE®&E (mm) Tool dia.
UL PR _ 63/66
Work materials hoplicabld g FH No. of teeth 8N
inserts |Grades| £ () oS ()| (ovmin)
CES]
(S50 $350) Jcgos0 | ~250 <50 | =500 810 970
EE%??&“S%T PLZ (fgi;g)i) 300 | <30 | =250 | 730 790
Bolon 2500 1B 350 | <20 | =125 | 650 620
(SKDﬁ%é'f‘@m 8050 ~250 <50 | =500 760 910
fjﬁ%@%ﬁ; PLE |Gatrg)| 300 <30 | =250 680 730
Eatow 255115 350 | =20 | =125 | 610 580
ivARd cans |25 <50 | =500 760 910
FEX30-36HRC ”
( Mold steel | PLTZ (JC8050) 300 =3.0 =<25.0 680 730
L AeHRG 350 <20 | =125 610 580
(Né’ég,‘gpﬁﬁﬂm) csia |20 <40 | =380 610 590
HE&38-43HRC 7
Vo sca PL® |\Ceoso) 300 <25 | =190 550 480
1.2311, P21
38-43HRC 350 <20 <95 490 390
(KD S A o ~250 | =35 | =320 500 480
& 42-52HRC ”
e g PLI | om0y 300 <25 | =16.0 450 390
"42.52HRC 350 <15 <75 400 310
il es ~250 | =25 | =250 350 280
Hffg;gﬁg;g?, PLA | DH102 300 <15 | =125 320 230
iR 350 | <10 | =65 280 180
mw(-F 275 Isf)}hﬁﬁ% ~250 =5.0 =64.0 760 1,220
EE§30‘OHBU—F PLF JC8118 < <
Grey(&NoduIarcas)tiron g (DH102) 300 =4.0 =320 680 980
Botows SO0LB 350 <30 | =16.0 610 780
ATV LA ~ < <
A iz |scB0s0 250 <50 | =500 760 910
BE250HBLT | o 3 [UCB118) 300 <3.0 <250 680 730
Stainless steel 27 (JC7518)
Below 250HB 350 <20 <125 610 580
~ < <
SN Seis 250 <50 | =380 300 360
(Ti-6A-4V) | SLF | o751 300 <30 | =190 270 290
Titanium alloy
350 <20 <95 240 230
~ < <
HMAS s 250 <50 | =380 150 180
(ITﬁOOZQP SL¥ |yc7s1g| 300 <30 | =190 140 150
350 <20 <95 120 110
FLI=YLES ~250 <50 | 1280 | 3,030 | 4,850
FEE50-110HB 2
Alumnumaley | N | FC18 300 <40 | =<63.0 | 2,270 | 3,270
50-110HB 350 <30 | =315 | 1,520 1,940

L RHELRE, ap: IAAOUAAHRS, Qe FBEARDYAAHRES, N TEEEREE, Vi X YRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEIE

1) EROUIHIZME. EEBAEES LTT—IBIEICE C TRECESEL,

2) VPYNREELESER, VAARSELERELIYBEILTLESD, HHIVFREYREETIFTERACELEL,

3) BHBBAFTROBEIE. ETURAAREEELTLLESLD, RIINBLUVVIZTIFTEACEE,

4) . I7—7A—I2&YPNY K FTRELEZIToOTEEN, HIZ, IBMCTOF v ETAMITEEIY K FREBITFELS LS
\a

5) BIE4LIFH L IEEELELFMIIZTZPMT *-PLUNL/SLIE LR A 9 — 2 ERADIBAL.
WEB# 2 07 DUIHIZHRESREIFLEL (FREQRaI—F&XY)
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 Feed speed.
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.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
@ following QR code for the details of the cutting conditions table.




// DIJET

N—FH)LEIEE LT YPHW % -15/-F R T3S 25—k ZEGHEIEH
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QMY Y I R EDaTF—~Y FAMQXH + FEE—® (EPa1 53—~y FRA—LBES Y I 7—/\)
XY BATITS5 AR IQXPH

MQX and MSN type

ey T E#Z (mm) Tool dia.
WHIM | Y=t 16 /17 20 20/ 21
Work materials | #i%& F# No. of teeth 2N F# No. of teeth 3N A% No. of teeth 4N
Grades (m‘rQn) (nl?,;) (na'meq) (m?r‘) (mrxr;in) (m%w) (rﬁr‘f]) (gr?\) (m?n") (mn\1{r£1in) (mgn) (rﬁan) (néﬂ]r%) (min-) (mn\lﬁin)
(855%55@50) ~70 | 05 |<0.2|8,9502,680|~70 | 0.6 |<0.2 |7,160 3,220 | ~70 | 0.6 |<0.2|7,160 |4,290
B T ionom| 120 | 05 <02 69601,390 | 120 | 06 |<0.2 7,160 2,790 | 120 | 0.6 |<0.2|7,160 |3,720
By 350013 160 | 05 | <02 6960/1,110| 190 | 0.6 <02 |5570 1,670| 190 06 |<02 5570 |2,230
e ~70 | 05 |<02|79602,390 | ~70 | 0.6 | <02 |6,370 3,220 | ~70 | 06 |<02 6,370 4,290
BB T liom| 120 | 05 |<0.2|5970(1,190 | 120 | 06 |<0.2 6,370 |2480 | 120 | 0.6 | <02 6,370 3,310
(15'?3?:3'215'53759) 160 | 0.5 |<0.2 5970 960 | 190 | 06 |<0.2 4,770 1,430 | 190 | 0.6 |<0.2 |4,770 [1,910
WA A ~70 | 05 |<02|69601,670|~70 | 0.6 |<02 |5570 2,000|~70 06 |<02 5570|2670
oo libom| 1201 05 <02 /4970 840| 120 | 06 |<02 5570 1670| 120 | 06 |<0.2 5570 2,230
reitlicy 160 | 05 |<02 4970| 700| 190 | 06 <02 (3980 960| 190 06 |<02 3,980 |1,280
| PN ~70 | 05 |<02|49801,200| ~70 | 0.6 | <02 |3,980 1,430 |~70 06 |<02 3,980 |1,910
B aonfC | o] 120 | 05 |<0.2 | 3,560 600| 120 | 0.6 |<0.2 (3980 (1,190 | 120 | 06 |<0.2 3,980 1590
ey 160 | 05 |<02 3560 500| 190 | 0.6 <02 (2,840 690| 190 06 |<02 2,840 | 920
(SKDg%%@DHA) ~70 | 05 |<0.15 3,380 680 | ~70 | 0.6 |<0.152,710| 810|~70 | 06 |<0.152,710 1,080
| tsbre| 120 05 |<0.15 2400 340| 120 | 06 |<0.152710 670 120 | 06 |<0.152710 890
128l ) 160 | 0.5 |<0.15 2,400| 280| 190 | 0.6 <0.151,940 390| 190 0.6 |<0.151,940 | 520
% 505 s ~70 | 05 | <02 10,900|3,270 | ~70 | 0.6 | <02 8,750 3,940 | ~70 | 06 |<02 8750|5250
o | iDios)| 120 | 05 | <02 8950(2,150 | 120 | 0.6 |<0.2 (7,160 25580 | 120 | 06 |<0.2|7,160 |3440
G 160 | 0.5 |<0.2 |8950[1,790 | 190 | 0.6 |<0.2 |7,160 |2,150 | 190 | 0.6 |<0.2 |7,160 2,870

L RHLRSE, PHiEYIT4—F, Qe #BFADOYRAARSE, N : TEREERERE, Vi #EYRE
£ : Overhung length, Pf: Pick feed, a@e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEE

1) EEROUIEIZME. BERAME LTT— RIS C TRECESL,
2) VUYLREELESEE., NAARSZLEHELY BELTLEZD, HHIVEEYVEEETHFTERACZEN
3) BEBATREDEEE. FTUWRAARESEZCLTLLEEN, RIINBLUVVIETIFTERACEEL,

°

4) T7—J0—IC& YUY K THRENREZITo>TLEEW, HIT, IBMCTOFYET A MITEHYY K FREITERECE S,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



Ouick & Mini
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N—FH)LBIELE LT A YPHW % -15/-Ffi2 A5k HaH—b ZEEIEHE

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)

QMY YO R EDa 57—~y F/MQXFE + EE—8 (EPa5—~y FAF—ILBES v 9 T7—N)
B A TITS54 R IQXPH

MQX and MSN type

TE#&E (mm) Tool dia.

I 4,:{_1 25126 25126128 30/32/35

Work materials | #+§& F% No. of teeth 4N F# No. of teeth 5N F# No. of teeth 5N
Grades (mJ?‘n) (nF:rTf\) (na’"%) (min-") (mrxr;ln) (m%w) (nl’::r:]) (r?r%) (min-") (mr:{r;m) (m%ﬁ) (rﬁr;) (gr?]) (min-") (mn\1{r£1|n)
(855%5@50) ~90 | 0.7 |<0.2 5730 4,120 | ~90 | 0.7 <02 5730 6,210 |[~100 0.8 |<0.2 4,480 |4,030
T | ios| 140 0.7 |<02(5730 3440 | 140 0.7 |<0.2 5730 4300 | 150| 0.8 |<0.2 |4,480 4,030
Beion 25008 210 07 |<02 (4,460 2140 | 210 07 |<02 |4460 2,680 | 210| 0.8 |<02 3480 2,610
. ~90| 07 |<0.2 |5090|3,660 | ~90 | 0.7 |<02 5090 4580 |~100| 0.8 |<0.2|3,980 3580
B e T | inos| 140 | 07 |<02|5000 3050 | 140| 0.7 |<0.2 5090 3810 150| 0.8 |<0.2 3,980 3,580
fei 210| 0.7 |<02 3,820 [1,830| 210| 07 |<0.2 3820|2290 | 210| 0.8 | <02 2,980 1,740
ek LAt e S ~90| 07 <02 |4460|2680| ~90| 0.7 |<0.2 4460 3350 |[~100 0.8 |<0.2 3480 2610
o oetRC || 140| 07 <02 4,460 2,140 | 140 | 0.7 |<02 4460 2680 | 150 0.8 |<0.2 3480 2,610
il 210 07 |<02 (3,180 [1,270| 210 07 |<02 (3,180 1,590 | 210| 08 |<02 2490 1,250
L ~90| 07 |<02 /3180 1530 | ~90| 0.7 |<0.2 3,180 [1910|~100| 0.8 |<0.2|2,490 1,500
e aaRe | | 140| 0.7 |<02 (3,180 1,220 | 140| 0.7 |<0.2 |3,180 1520 | 150| 0.8 |<0.2 |2,490 |1,500
e 210| 07 |<02|2270| 730| 210 07 |<02|2270 910| 210| 08 |<02 |1780| 720
I ~90 | 07 |<0.152,160 | 860 | ~90| 0.7 |<0.152,160 1,080 |~100 0.8 |<0.151,690 | 850
e | Jesote)| 140 07 |<0.152160 690 | 140 | 0.7 |<0.152,160 | 860 | 150 0.8 |<0.151690 850
i 210 07 |<0.151540 | 410| 210 07 |<0.151540 510| 210| 08 |<0.151210 410
67 5730 ~90| 07 |<0.2 |7,000 4,200 | ~90 | 0.7 | <02 7,000 5250 |~100| 0.8 |<0.2|5470 4,100
S e o | ori0a)| 140| 07 |<02|5,730 2750 | 140 | 0.7 |<0.2 5730 3440 | 150| 08 |<0.2 5470 |4,100
. 210| 0.7 /<02 5730 2290 | 210| 07 |<0.2 |5730|2,860 | 210| 0.8 | <02 4480 2,240

£ RHLRSE, P EYIT4—F, Qe #BHADOYRAARS, N TERERERE, Vi EYRE
£ : Overhung length, Pf: Pick feed, a@e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDTEEE
1) LEEOUIHIEHEE. EERES LTI —IBIMEICE CTRESEZEL,

2) VUYL REELESEE, AARSEZLEBELY BEILTLESD, HHIVFEYREETFTERACEEL,
3) BEBAFTREDEEE., FTUWRAARESEECLTLEEN, RIINBLUVVIETFIFTERACEEL,

4) T7—7A—IC&KYPY L TRELEET>TI LS, I,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

AHMCTOF Y ETAMITEHYY K FREBITERECLESL,



// DIJET

N—FH)VAIE LA YPHW % -15/-F 5 FSE3HA Y — EELIHIS M+ 44
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QMT YT R EDa2F—AY F/-MQXHz + BBE—8 (EP 15—~y REAA—ILBES v > F7—/3)  MQXand MSN type
xR4T IS4 R IQXPH;

LY TE#& (mm) Tool dia.
5 B A H—k 32/35 40/42 40
Work materials | #i%& % No. of teeth 6N F# No. of teeth 6N F# No. of teeth 7N

Grades Y Pt ae n Vi Y P ae n \ii 0 P ae n \Z;

(mm) | (mm) (mm) | (min") |(mm/min) (mm) | (mm) (mm) | (Min") |((mm/min)}f (mm) | (mm) (mm) | (Min-") |(mm/min)

R ~100| 0.8 |<0.2 |4,480 4,830 |[~100| 0.88 | <0.2 |3,580 3,870 [~100| 0.88 | <0.2 {3,580 4,520
(S50C, S55C)

S 250HBLLT |JC8015
ST liDtos)| 180| 08 |<02 4,480 4830 | 150| 0.88 |<0.2 3580 3870 | 150| 0.88 <0.2 3,580 4,520

C50, C55
BLOW%OH)B 210| 0.8 |<0.2 |3.480(3,130| 210| 0.88 |<0.2 2,790 |2,010| 210| 0.88 | <0.2 |2,790 |2,350
I8 ~100| 0.8 |<0.2 |3,980 4,300 [~100| 0.88 |<0.2 |3,180 |3,430 |[~100| 0.88 |<0.2 |3,180 |4,000

(SKD61, SKD11)
fE&255HBLLT [JC8015
Die steel (DH102) 150| 0.8 [<0.2 [3,980 (4,300 150| 0.88 |<0.2 {3,180 [3,430| 150| 0.88 |<0.2 3,180 |4,000

(1.2344, 1.2379)
Below 255HB 210| 0.8 |<0.2 (2,980 2,090 | 210| 0.88 [<0.2 {2,390 (1,720 | 210| 0.88 |<0.2 (2,390 |2,010

FTUNn—FUif ~100| 0.8 |<0.2 {3,480 3,130 |[~100| 0.88 | <0.2 |2,790 |2,510 [~100| 0.88 | <0.2 |2,790 (2,930
(HPM7, PX5, P20)

7# £30-36HRC |JC8015
Mold steel  |(DH102) 150| 0.8 |<0.2 {3,480 3,130 150| 0.88 |<0.2 {2,790 (2,510 | 150| 0.88 | <0.2 |2,790 {2,930

1.2311, P20
(30-36HRC) 210 0.8 |<0.2 {2,490 |1,500 | 210| 0.88 |<0.2 {1,990 [1,430 | 210| 0.88 |<0.2 {1,990 {1,670

Tn—Fk il ~100| 0.8 |<0.2 {2,490 {1,800 [~100| 0.88 | <0.2 1,990 (1,430 [~100| 0.88 | <0.2 |1,990 (1,670
(NAK80, HPM1, P21)

E&38-43HRC [JC8O15
Mold steel (DH102)

150| 0.8 |<0.2 {2,490 1,800 | 150| 0.88 |<0.2 {1,990 {1,430 | 150| 0.88 | <0.2 {1,990 1,670

1.2311, P21)
(38_43HRC 210| 0.8 [<0.2 (1,780 | 860 210| 0.88 |<0.2 {1,420 | 820 | 210| 0.88 |[<0.2 {1,420 | 960
AN ~100| 0.8 |<0.151,690 {1,020 |[~100| 0.88 |<0.151,350 | 810 [~100| 0.88 |<0.151,350 | 950

(SKD61, DAC, DHA)
E&42-52HRC | DH102
Hardened die steel |(JC8015)

(1.2344, 1.2379)

150| 0.8 |<0.151,690 {1,020 | 150| 0.88 |<0.151,350 | 810 | 150| 0.88 | <0.151,350 | 950

42-52HRC 210| 0.8 |<0.151,210 | 490| 210| 0.88 |<0.15 960 | 460 | 210| 0.88 |<0.15 960 | 540
RTH (FgggD;f)bﬁﬁi ~100| 0.8 |<0.2 |5470 4,920 |[~100| 0.88 | <0.2 {4,380 |3,940 ([~100| 0.88 |<0.2 |4,380 |4,600

HE300HBUT  |JCBO15
oy S Nodlmemntion |iDi102)|  150| 08 | <02 5470 4,920 | 150 | 0.83 |<0.2 4,380 [3940 | 150 0.88 |<0.2 |4,380 |4,600

GG, GGG
B(elow300H)B 210| 0.8 |<0.2 {4,480 2,690 | 210| 0.88 |<0.2 {3,580 |2,580 | 210| 0.88 |<0.2 |3,580 3,010

L RHLRSE, PHiEYIT4—F, Qe #BHAOYAARSE, N : TEREERRE, Vi #EYRE
£ : Overhung length, Pf: Pick feed, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEE
1) LEROUIHIGEHER, EBHERES LTI —IRBIMEICE CTRESEEL,

2) VUYL RELESEE, UAARSEZLEBELYBEILTLESD, HHIVFEYREETFTERACELE S,

3) BEBAFTREDEEE. FTUWRAARSEZCLTLEEN., RIINBLUVIETIFTERACEEL,

4) T7—70—(&YPY K FREMVEBETOTLEEL, HIT, IBMCTOFYET A MITREYY < FMBITTFESCLEZELN,

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 Feed speed.

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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N—FH)LEIE S LIFEYPHW % -15/-F2 LA 25— {ZEYEIE 4
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)

QUT YO R RT7 B A TT54 R QXPH

QXP type (facemill type)

TE#&E (mm) Tool dia.

2
wWEE | Y— b 20 =

Work materials | #+§& F# No. of teeth 6N H# No. of teeth 7N % No. of teeth 7N
Grades |y |ty | o) | o) i)y | oy | ) | it oo oy | o) | G | ity i
~150| 0.88 |<0.2 |3,580 |3,870 [~150| 0.88 |<0.2 3580 |4,520 |~150| 1 | <02 |2,860 3,600
(S5 asC) 200| 0.88 |<0.2 |3,580 |3,870 | 200| 0.88 |<0.2 3580 4,520 | 200| 1 | <02 2,860 3,600
B o liomom| 250] 0.88 | <0.2 3,580 3220 | 250 0.8 |<0.2 3580|3760 | 250 1 |<0.2 2,860 3,600
2050, CE6) 300 0.88 |<0.2 2,790 2,010 | 300| 0.88 |<0.2 2,790 2,350 | 300 1 | <02 2,860 3,000
350 - | - | - | - |30 - | — | - | — | 30 1 <022860 3000
~150| 0.88 | <0.2 |3,180 |3,430 [~150| 0.88 |<0.2 3,180 4,000 [~150| 1 |<02 2,550 3210
(SKDoT oD11) 200| 0.88 |<0.2 3,180 |3,430 | 200| 0.88 |<0.2 3,180 4,000 | 200 1 | <02 2,550 3210
R ooBT | ibom| 250 0.88 |<0.2 13,180 [2,860 | 250 0.88 |<0.2 |3,180 3340 | 250] 1 |<0.2 |25550 3,210
SEE o) 300| 0.88 | <02 |2,390 1,720 | 300 0.88 |<0.2 2,390 (2,010 | 300 1 |<0.2|2550 2,680
350 - | - | - | — |30 - | — | - | - | 30 1 <022550 2680
~150| 0.88 | <02 [2,790 [2,510 [~150| 0.88 | <02 [2,790 |2,930 [~150| 1 [<0.2 2,230 [2,340
A AR o5 200| 0.88 <02 (2,790 2,510 | 200 0.88 <02 2790 2,930 | 200 1 |<02 2,230 |2,340
oo liboo| 250] 0.88 | <0.2 12790 2010 | 250| 0.88 | <02 2,790 2,350 | 250 1 |<0.2 2,230 2,340
(12311, F20) 300 0.88 |<0.2 |1,990 (1,190 | 300| 0.88 |<0.2 1,990 1,390 | 300, 1 |<0.2 2,230 |1,870
350 - | - | - | - |30 - | - | - | -] 30 1 [<02[223 1870
~150| 0.88 |<0.2 [1,990 |1,430 [~150| 0.88 |<0.2 [1,990 1,670 [~150] 1 |<0.2 [1,590 1,340
N b8 200| 0.88 |<0.2 1,990 1,430 | 200| 0.88 |<0.2 1,990 1,670 | 200 1 |<02 1590 1,340
o woRC | B | 250 0.88 |<0.2 1,990 1,150 | 250| 0.88 |<0.2 [1990 1,340 | 250| 1 |<0.2 1,590 1,340
bl 300| 0.88 |<0.2 |1,420 | 680 | 300| 0.88 |<0.2 1,420 790| 300 1 |<0.2 1,590 1,070
350 - | - | - | - |80 - | - | - | - | 30 1 [<02[1590 1070
~150| 0.88 [<0.151,350 | 810 |~150| 0.88 |<0.151,350 | 950 |~150| 1 [<0.151,080| 760
o A 200 0.88 |<0.151,350 | 810 | 200| 0.88 |<0.151350 950| 200| 1 | <0.151,080 | 760
e oaaore)| 250 0.88 | <0.151,350 | 650 | 250| 0.88 |<0.151,350 760 | 250 1 |<0.151080| 760
(1234, 12379 300  0.88 |<0.15 960 | 390| 300| 0.88 |<0.15 960| 460| 300 1 |<0.151,080 610
30 - | - | - | - |30 - | - | - | -] 30 1 [<0151080 610
~150| 0.88 | <0.2 [4,380 [3,940 |~150| 0.88 | <02 [4,380 |4,600 [~150| 1 [<0.2 [3,500 [3,680
I oo 200 088 |<0.2 |4,380 (3940 | 200| 0.88 | <02 4380 4600 | 200| 1 |<0.2 3,500 3,680
o o ioos)| 250 0.88 |<0.2 3580 2,580 | 250 0.88 | <0.2 3,580 [3010| 250| 1 |<0.2[3,500 3,680
Lacs) 300 0.88 |<0.2 |3,580 2,150 | 300| 0.88 |<0.2 3,580 2,510 | 300, 1 |<0.2 2,860 2,400
350 - | - | - | - |30 - | — | - | - | 30 1 <022860 2400

L RBHLES, PIEYY T74—F, Qe #FEAMOYNEAARSE, N TEEERERE, Vi EYRE
£ : Overhung length, Pf: Pick feed, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFRALOEEEIE

1) ERROUIBIFME. EBRME STT— RIS C TRECESL,
2) VUYLREELESEIE, AARSZLEBELYBERILTLESD, HHIVEEYEREETFTERACEEL,
3) BEBBAFREDEEE. FTUWRAARESZEZCLTLEED, RIINBLUVVIETIFTERACESL,

4) T7—7O—&YPYKTRELEZTO T EEN, I,

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 Feed speed.

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.

MIHMCTODF v ETAMITIELIY K FREBITEE LS,
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N—F HILEIE LT YPHW % -15/-F 6 353514 —F AZE)EI%& 4 4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)

QT YO R RT7 B A TT54 X QXPH

QXP type (facemill type)

TE#& (mm) Tool dia.

4>
WEIAH | H— 50/ 52 63 /66

Work materials | #1F& % No. of teeth 8N H# No. of teeth 8N
Grades| it (nﬁ)r;) o | iy (mrmm) (mm) (rﬁr;) @) | (i (mn\ﬁlin)
~150| 1 |<02 (28604110 |~200| 1.12 | <02 2,270 3,260
(S5 asC) 200) 1 |<02|2,860 4110| 250 1.12 |<0.2 |2,270 3,260
o o] 250 1 [<0.2 2,860 [4,110| 300 1.12 |<0.2 2,270 3,260
2050, CE6) 300| 1 |<0.2 |2,860|3,430| 350  1.12 |<0.2|2270 2,720
350| 1 <02 (2,860 3430| 400 1.12 |<02 2270|2720
~150| 1 |<02 2550|3670 |~200| 1.12 | <02 |2,020 2,910
SKDBT 11) 200) 1 <02 (2550 3670| 250 1.12 |<02 2,020 |2,910
R ool liboa| 250] 1 |<0.2 2,550 [3670| 300 1.12 |<0.2 [2,020 2,910
SEE o) 300] 1 <02 (2550 3,060| 350 1.12 |<02 2,020 2,420
350 1 |<02[2550 (3,060 400| 1.12 |<0.2 2,020 2,420
~150] 1 [<02 (22302670 |~200] 1.12 <02 [1,770]2,120
A aAA o5 200] 1 <02 (2230 2670| 250 1.12 |<02 1,770 |2,120
B oo il 250] 1 <02 12230 2670 | 300| 1.12 |<02|1,70 |2,120
(12311, P20) 300 1 |<02 (2230 2,140| 350| 1.12 | <0.2 |1,770 1,700
350| 1 <02 (2230 2,140| 400  1.12 |<02 1,770 |1,700
~150| 1 [<02[1,590 1,530 |~200] 1.12 [ <0.2 [1,260 [1,210
Ny mdof 200] 1 <02 (1590 1530 250| 1.12 |<0.2 1,260 |1,210
B e | bs)| 250 1 <02 1,590 1530 | 300 1.2 |<0.2|1,260 |1,210
kel 300| 1 |<0.2 |1,590(1,220| 350| 1.12 |<0.2 1,260 970
350| 1 <02 (1590 1,220 | 400| 1.12 <02 1,260 | 970
~150] 1 [<0.151,080| 870|~200] 1.12 [<0.15 860| 690
o o A 200) 1 |<0.151,080  870| 250 1.12 |<0.15 860 | 690
e oasore| 250 1 |<0.151080 870 300| 1.12 |<0.15 860| 690
(12342, 12976) 300 1 <0.151,080 700| 350 1.12 |<0.15 860 | 550
350| 1 | <0.151,080 700| 400 1.12 |<0.15 860 | 550
~150] 1 [<02[3,500]4,210 [~200] 1.12 [<02 [2,780[3,340
LRkl 200 1 |<02 (3500|4210 250| 1.12 | <02 2,780 3,340
v | S| 250] 1 |<0.2[3500 4,210 | 300 1.12 | <0.2 [2,780 |3,340
e 300/ 1 |<0.2|2,860 (2,740 | 350| 1.12 |<0.2 2,270 2,180
350| 1 | <02 (2,860 2740| 400  1.12 |<02 2,270 |2,180

L RBHLES, P EYvYT74—F, Qe #FAMOUNEAARSE, N TEEEERE, Vi EYRE
£ : Overhung length, Pf: Pick feed, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFRALOFEEIE

1) EREOUIEIFME. BBRMES XTT— RIS C TRECES L,
2) VUYLNRELESEIE, UAARSZLEBELYBEILTLESD, HHIVFEYREETFTEACE S,

3) BEBAFRDEEE. ETUWRAARSZZLTLLEED, RIINBLUVVIETIFTERACESL,
4) T7—7A—IC&YPYKTRELEZTOTEEL, HIC,

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 Feed speed.
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.

AIMMCTODF ¥ ET A MITIEEIY K FREBITEE LS,
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New generation high feed mill
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BIE (T YPHW % -15/-F 6 T 4e35iia > —b {EAE 5154 (4]

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QMT VI R ED 25—~y F/MQXH + EE—H (EPa15—~y FRAA—IILEBES v 9 7—/3)  MQXand MSN type
¥ B34 T 754 R IQXPH

A4 T E4E (mm) Tool dia.
5 El #4 H— 16 /17 20 20/21
Work materials | #15& F% No. of teeth 2N F# No. of teeth 3N F% No. of teeth 4N
a a n V a a n V¢ a a n V¢
Grades (m%‘) (mfF\)”') (mf%) (min-) |(mm/min) (mgn) (mr%) (mr%) (min-) |(mm/min) (m%]) (mrgw) (mr?\) (min-) |(mm/min)

P ] ~ ~ ~
(SS(J)jE:, $550) | cx7s 70 | 1.5 |<0.2112,900/3,870 | ~70 | 1.5 |<0.2110,300|4,640|~70 | 1.5 | <0.210,300/6,190

@S 250HBUT
Carbon steal (JCs015)| 120 | 1 <0.2/8,950(12,150| 120 | 1 <0.2/7,160(2,580 | 120 | 1 <0.2|7,160|3,440

(c50, c55)  |(DH102)
Below 250HB 160 | 0.7 | <0.2|8,950(1,790| 190 | 0.7 | <0.2|7,160/2,150( 190 | 0.7 | <0.2|7,160|2,870

RN ~70| 15 | <02 89502680 ~70 | 15 | <0.2]7,160(3220 | ~70] 15 | <0.2]|7.160/4,290
(SKD61, SKQ11) CX75
B 255HBUT |(1ca015)[ 120 | 1 | <0.2/89502,150| 120 | 1 | <0.2|7.16012580| 120 | 1 | <0.2|7,160/3,440

Die steel

(DH102)
feariteony 160 | 0.7 | <0.2|6,960/1,390| 190 | 0.7 | <0.2|5570/1,670| 190 | 0.7 | <0.2|5,570[2,230
T Fo ~70 | 15 |<02|8950[2,680 | ~70 | 15 | <0.2/7,160[3,220 | ~70 | 1.5 | <0.2]7,160/4,290

(I%IEP_CI.\(/W, PX5, P20) 108015
30-36HRC
Mold steel (DH102) 120 | 1 <0.2/8,950(12,150| 120 | 1 <0.2/7,160(2,580| 120 | 1 <0.2|7,160|3,440

(1,231, P20) 160 | 0.7 | <0.2|6,9601,390 | 190 | 0.7 | <0.2|5,5701,670| 190 | 0.7 | <0.2|5,570/2,230

TUn—F Uil ~ ~ ~
(NAK80,HPM1,/P21) 70 | 1.5 |<0.2|7,960/1,910| ~70 | 1.5 | <0.2|6,370|2,290 | ~70 | 1.5 | <0.2|6,370/3,050

7 £ 38-43HRC | JC8015
Mold steel (DH102) 120 | 1 <0.2]6,960/1,390( 120 | 1 <0.2|5,570/1,670 | 120 | 1 <0.2|5,570|2,230

ieitEe 160 | 0.7 | <0.2|6,960/1,110| 190 | 0.7 | <0.2|5570/1,340| 190 | 0.7 | <0.2|5,570[1,790

HEANH ~ ~ ~
(SKDB1_ DAC, DHA) 70| 15 |<0.2|3980 800|~70| 1.5 |<0.2|3,180] 950|~70 | 1.5 |<0.2|3,180/1,270

& 42-52HRC | JC8015
Hardened die stee| (DH102) 120 | 1 <0.2|3,380| 540| 120 | 1 <0.2{2,710, 630| 120 | 1 <0.2]2,710, 840

(1.%32%,2:'.%%79) 160 | — - - - 190 | - - - - 190 | - - - -

FEANH ~ ~ ~
(SKD11 SLD DCH) 70 | 1 <0.2|3,580| 720 ~70 | 1 <0.2|2,860, 860 |~70 | 1 <0.2|2,860(1,150

B55-62HRC | byqop | 120 | 0.7 | <0.2/2,980] 480| 120 | 0.7 | <0.2/2,390| 570| 120 | 0.7 | <0.2|2,390 760

Hardened die stee
(1.2344, 1.2379)

55-62HRC 160 | - - - - | 190 | - = = - | 190 - - _ _
w79 FIE e ~70 | 15 |<0.210,900[3,270 | ~70 | 1.5 | <0.2/8,750/3,940 | ~70 | 1.5 | <0.2]8,750/5,250
B | bitos)| 120 1 | <0.2/8,9502,150 | 120 | 1 | <0.2|7,1602,580 | 120 | 1 | <0.2|7,160/3440
BGo, S, 160 | 0.7 | <0.2|8,950[1,790| 190 | 0.7 |<0.2|7,16012,150| 190 | 0.7 | <0.2| 7,160 2,870
2572 LR ~70| 15 |<02|8950[2,680 | ~70 | 1.5 | <0.2]7,160[3,220 | ~70 | 1.5 | <0.2|7,160/4,290

a%élszn%;?gger ohios)| 120 1| <02/89502,150| 120 1 | <0.2/7,160/2,580| 120 | 1 | <0.2|7,160/3440
Below 250HB 160 | 0.7 | <0.2/6,9601,300| 190 | 0.7 | <0.2|55701,670| 190 | 0.7 | <0.2| 5,570 12,230
same | g 70| 18 [<02]1790 as0]~70] 15 [<02]1430] 520|~70] 1.5 | <021430] 690
(Te6AY) | Siromy| 120 | 1| <0.2/1,390] 280| 120 | 1 | <0.2| 1,110 330| 120 | 1 | <0.2| 1,110 440
faniumalos 160 | 0.7 | <021,390 220 190 0.7 |<0.2| 1,110 270| 190 | 0.7 | <0.2| 1,110 360

0 RBHLES, ap: MARDOYLAHES, ae: FEFROVAHFES, N TERERERRE, Vi EYRE
£ : Overhung length, @p : Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDTEEIE
1) EEEOUIHIEHE. EERES LTI —IBIMEICE CTRESEZEL,

2) VUYLREELESEE, AARSEZLEBELY BEILTLESD, HHIVFEYREETFTERACEEL,

3) BEBAFREDEEE., FTUWRAARESEEZCLTLEEN, RIINBLUVVIETIFTERACEEL,

4) T7—70—I&YPY K FREVEBETOTLEEN, HFIT, IBMCTOFYETAMITREYY < FMB(TFELSCFZELN,

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 Feed speed.

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.



fIE L IF R YPHW % -15/-F 2 FSe3ZHa1 Y —F FREEIEH
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMT Y I R EDa7—~y F/MQXH + BBE—# (E2a5—~y FRAFT—ILBES vy I T7—/\)
S BATITSA R IQXPH

// DIJET

MQX and MSN type

£ T EfZ (mm) Tool dia.
wmEls  |H—r 25/26 25/26 /28
Work materials | ##F& F# No. of teeth 4N F# No. of teeth 5N
Grades dap de ' Vf. ap de Ay Vf.
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
RS ~ ~
(sstee3se) | oxrs 90 15 <02 | 8280 | 4,970 90 15 <02 | 8280 | 6210
RS 250HBIUT \(jcgo15) 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3,440
(c50, c55)  |(DH102)
Bolow 2500B 210 0.7 <02 | 5730 | 2,290 210 0.7 <02 | 5730 | 2,860
TEH o ~
skost kot | exrs 90 15 <02 | 5730 | 3,440 90 15 <02 | 5730 | 4,300
st ((JC8015)) 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3,440
DH102
ifeaeiteon) 210 07 <02 | 4460 | 1,780 210 07 <02 | 4460 | 2,230
FYn—KU ~ ~
(PP ;%28) oo 90 15 <02 | 5730 | 3,440 90 15 <02 | 5730 | 4,300
30-36
ad sl |oHo2) 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3,440
i 210 07 | <02 | 4460 | 1,780 | 210 07 | <02 | 4460 | 2,230
T n— 8 ~ ~
Ao oo 90 15 <02 | 5,090 | 2,440 90 15 <02 | 5,090 | 3,050
el RS 1 <02 | 4,460 | 1,780 | 140 1 <02 | 4,460 | 2,230
ReitEell 210 07 | <02 | 4460 | 1430 210 07 <02 | 4460 | 179
AN ~ ~
o I 90 15 <02 | 2,550 | 1,020 90 15 <02 | 2,550 | 1,280
42-52
Herdened de sl (102 140 1 <02 | 2,160 690 140 1 <02 | 2,160 860
. ,1.237
42-52HRC 210 - - - - 210 - - - -
B ANIE ~ ~
st S8 90 1 <02 | 2,290 920 90 1 <02 | 2,290 | 1,150
55-62
Hordene g e DH102 | 140 0.7 <02 | 1,910 610 140 0.7 <02 | 1,910 760
1.2344,1.2379
55-62HRC 210 = = = = 210 = = = =
BTY - 595 i ~90 15 <02 | 7,000 | 4,200 | ~90 15 <02 | 7,000 | 5,250
S 300HBLLT | JCBO15
G e o OH 102 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3,440
B, SEOL 210 07 | <02 | 5730 | 2,290 210 07 <02 | 5730 | 2,860
25V LR ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4,300
(SUS304)‘ Jcao1s
B 250HBLLT | (piio | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3,440
Stainlbness steel
Below 250HB 210 0.7 <02 | 4,460 | 1,780 210 0.7 <02 | 4,460 | 2,230
" ~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690
FALEE | cg015
(T-6A-4V) | i0)| 140 1 <0.2 890 360 140 1 <0.2 890 450
Titanium alloy
210 0.7 <0.2 890 280 210 0.7 <0.2 890 350

0 :EELERS, ap: BARDYIAARES, Ae: FEARDYNEAARS, N TEEERERE, Vi £ YRE

£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEE

1) EREOUIEIZME. EERME KLTT— RIS C TRECES L,
2) VUYLRELESEE, UAARSEZLEBELYBEILTLESD, HHIVFEYREETFTERACEEL,

3) BEBAFREDEEE. FTUWRAARSEZLTLEEN, RIINBLUVIETFIFTERACEEL,
4) T7—7A—ILYLPYKTHRELEZTOTLEEL, HIT,

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 Feed speed.

AHBMCTOF Y ETAMITEHYY K FREBITERECESL,

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



Ouick & Mini

New generation high feed mill
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BIE £ £ (7 F YPHW % -15/-F 6 FISE3cHq o — EAYEIG 4 o
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMUY YO R EVa2F—~Ay F/MQXF + BE—# (E>a5—~y FAF—ILBES v >49 7—/%)  MQXand MSN type
XY BRATITS AR IQXPH

£ TEfZ (mm) Tool dia.
k| H— 30/32/35 32/35
Work materials | #4F& F# No. of teeth 5N F# No. of teeth 6N
Grades (mgn) <nawr?1) (gr?w) (mﬂr‘) (mrr\lﬁlin) (mlrzn) (naﬁr%) (gr?w) (m?r‘) (mn\I{r;in)
R - -
(555 80) | oxrs 100 15 <02 | 6470 | 4850 100 15 <02 | 6470 | 5820
< 250HBELT ((Jcsms)) 150 1.2 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3,230
DH102
5000, C85). 210 1 <02 | 4480 | 2240 210 1 <02 | 4480 | 2,690
TEH - -
om0t | o 100 15 <02 | 4480 | 3360 100 15 <02 | 4480 | 4,030
s ‘(JDC:?JS)’ 150 12 | <02 | 4480 | 2,690 150 12 | <02 | 4480 | 3230
(1.2844, 1.2570) 210 1 <02 | 3480 | 1740 210 1 <02 | 3480 | 2,090
FYn— KU ~ ~
(kA o 100 15 <02 | 4480 | 3.360 100 15 <02 | 4480 | 4,030
ﬁﬁ(mggggfc (hop| 150 12 | <02 | 4480 | 2,690 150 12 | <02 | 4480 | 3,230
Ersiiiey 210 1 <02 | 3480 | 1740 210 1 <02 | 3,480 | 2,090
FT1)n—F 4 o oo
e oo 100 15 <02 | 3980 | 2390 100 15 <02 | 3980 | 2870
*E;é;gg—gggfc (DHoy| 150 | 1.2 | <02 | 3480 | 1,740 150 | 12 | <02 | 3480 | 2,090
el 210 1 <02 | 3480 | 1,390 210 1 <02 | 3480 | 1670
AR - -
ol o] 100 15 <02 | 2000 | 1,000 100 15 <02 | 2000 | 1200
Hfg}g‘;;gﬁyg%l (Dhop)| 150 12 | <02 | 1,690 680 150 12 | <02 | 1,690 820
1o, 22r9 210 1 <02 | 1,690 680 210 1 <02 | 1,690 820
BEANE - -
gt S 100 1 <02 | 1,790 900 100 1 <02 | 1,790 | 1,080
55-62HR
Horsened e S DH102 | 150 08 <02 | 149 600 150 08 <02 | 149 720
N 210 07 <02 | 149 420 210 07 <02 | 149 500
1y 7#3"%%3’)% ~100 15 <02 | 5470 | 4,100 | ~100 15 <02 | 5470 | 4,920
gsyf&ﬁgﬁ;g?gn Oomos| 150 | 12 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3,230
oo Soa 210 1 <02 | 4480 | 2,240 210 1 <02 | 4480 | 2,690
RZYLAE ~100 15 <02 | 4480 | 3360 | ~100 15 <02 | 4480 | 4,030
SUS304
mx250HeuT | 2C805 [ 450 1.2 <02 | 4480 | 2,690 150 1.2 <02 | 4480 | 3230
Stainb el (DH102)
alinipness stee!
Below 250HB 210 1 <02 | 3480 | 1740 210 1 <02 | 3480 | 2,000
. ~100 15 <0.2 900 540 | ~100 15 <02 900 650
FRYEE | cg015
(rieaav) [S0S1 150 1.2 <0.2 700 350 150 1.2 <02 700 420
Titanium alloy
210 1 <0.2 700 280 210 1 <02 700 340

L RBHLES, ap: MARDOYLAHES, ae: FEAMOUNAHFES, N TEERRE, Vi &Y RE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEE
1) ERROUIHIZME. EEBRAMES LTT— RIS C TRECESL,

2) VUYL REELESEE, AARSEZLEBELY BELTLESD, HHIVFEYREETFTERACEEL,

3) BEBATREDEEE., FTUWRAARSEEZCLTLEED, RIINBLUVIETFIFTERACEEL,

4) T7—70—I2&YPY K FREVEBETOTLEEN, HIZ, IBMCTOF YETAMITREYY < FMBITFELSCFZELN,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.



// DIJET

fEmE EIFAYPHW % -15/-F 2 5351 Y — {ZHEYIHIEH

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QY YO R EVa1 55—~y F/MQXFE + BE—8 (E¥a5—A~y FAFT—ILBES v 9 T7—N)

XY BRATITS AR IQXPH

MQX and MSN type

TE#& (mm) Tool dia.

L
WEIM | P—F 40/42 40
Work materials | #1%& F# No. of teeth 6N F# No. of teeth 7N
Grades| %, (nawr'%) (gr?\) (min-) (mrxr;in) (mgn) (gr'w)w) (gr?w) (min-) (mfxf;in)
RE ~ ~
. 100 15 <02 | 5170 | 4,650 100 15 <02 | 5170 | 5,420
RS 250HBILT ((Jcso15)) 150 15 | <02 | 5170 | 4,650 150 | 1.5 <02 | 5170 | 5,420
DH102
5000, C85), 210 1 <02 | 3580 | 2,580 210 1 <02 | 3580 | 3,010
TEE ~ ~
sont o1 | ox7s 100 15 <02 | 3,580 | 3,220 100 15 <02 | 3580 | 3,760
s <(Jcso15)) 150 15 | <02 | 3580 | 3,220 150 1.5 <02 | 3580 | 3,760
DH102
(1339?3\,3’215%%39) 210 1 <0.2 | 2,790 | 2,010 210 1 <0.2 | 2,790 | 2,350
PANASE VT | ~ ~
B szgi{zg) o 100 15 <02 | 3,580 | 3,220 100 15 <02 | 3,580 | 3,760
30-36
vow conRC ooy | 150 15 <02 | 3,580 | 3,220 150 15 <02 | 3580 | 3,760
(1.2311, P20) 210 1 <02 | 2,790 | 2,010 210 | 1 <02 | 2,790 | 2,350
F)n—FE 28 ~ i~
(%\gé’ HPM(PZCﬂ oo 100 15 <02 | 3,180 | 2,290 100 15 <02 | 3180 | 2,670
38-43HR!
o sieel  (ioHio2 150 15 <02 | 3,180 | 2,290 150 15 <02 | 3,180 | 2,670
! 210 1 <02 | 2,790 | 1,670 210 | 1 <02 | 2,790 | 1,950
AN ~ ~
o . 100 15 <0.2 | 1,590 950 100 15 <02 | 1,590 | 1,110
42-52
ez RaRe ooy | 150 15 <0.2 | 1,590 950 150 15 <02 | 1,350 | 1,110
(1.2344, 1.2379) 210 1 <02 | 1,350 650 210 | 1 <02 | 1,350 760
BEANG ~ ~
st 3o 100 1 <0.2 | 1,430 860 100 1 <02 | 1,430 | 1,000
55-62HR
Horsenei e S DH102 | 150 1 <0.2 | 1,430 860 150 1 <0.2 | 1,430 | 1,000
e N 210 07 | <02 | 1,190 570 210 | 07 <02 | 1,190 670
e ~100 15 <02 | 4,380 | 3,940 | ~100 15 <02 | 4,380 | 4,600
1 & 300HBLLT | JC8015
B e E Do) | 150 15 <02 | 3,580 | 3,940 150 15 <02 | 3,580 | 4,600
Bolon S00HB 210 1 <02 | 3,580 | 2,580 210 1 <02 | 3580 | 3,010
27U LR ~100 15 <02 | 3580 | 3,220 | ~100 15 <02 | 3580 | 3,760
(SUS304) JC8015
B 250HBLLT | pion | 150 15 <02 | 3,580 | 3,220 150 15 <02 | 3,580 | 3,760
Stainlbness steel
Below 250HB 210 1 <02 | 2,790 | 2,010 210 1 <02 | 2,790 | 2,350
N ~100 15 <0.2 720 520 | ~100 15 <0.2 720 610
?‘.’5’ Y8 | cg015
Ti6AHY) |(prios | 150 15 <0.2 560 520 150 15 <0.2 560 610
Titanium allo
g 210 1 <0.2 560 340 210 1 <0.2 560 400

0 EELERS, ap: BARDYIAARS, Ae: FEARDYEAARS, N TEEERERE, Vi £ YRE

£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDIEEE

1) EEROUIHIZME. BERAMES KLTT— RIS CTRECES L,
2) VUYL RELESEE, UAARSELEBELYBEILTLESD, HHIVFEYREETFTEACELE S,
3) BEBATRDEEE., FTURAARSEZLTLLEEN, RIINBLUVVIETFIFTERACEEL,

4) T7—7A—I2&KYPY L TRELEET>TILE, I,

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 Feed speed.

IHMCTOF v ETAMITEHYY K FREBITERECESL,

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.



Ouick & Mini

New generation high feed mill
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fiEm LT YPHW % -15/-F 2 5351 Y — {ZEYIHIEH

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMT Y I R RT7 B A T IS4 X QXPH

QXP type (facemill type)

T E4E (mm) Tool dia.

2
wEIM (Y=t 40
Work materials | #4F& F# No. of teeth 6N F# No. of teeth 7N
Grades | (5 (i) (gr?w) (min-) (mnxrfnin) (mgl1) (r?re]) (gr?w) (min) (mn¥rfnin)
[ ~150 15 | <02 | 5170 | 4,650 | ~150 15 | <02 | 5170 | 5,430
(850C, S55C) | cx75 | 200 15 | <02 | 5170 | 4,650 200 15 | <02 | 5170 | 5,430
B 250HBAT |(1cg015) 250 1 <0.2 | 3580 | 2,580 250 1 <0.2 | 3580 | 3,010
(cso,cs5) |(DH102)| 300 | 07 | <02 | 3,580 | 2,360 300 | 07 | <02 | 3580 | 2,750
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tag ~150 15 | <02 | 3580 | 3220 | ~150 15 | <02 | 3580 | 3,760
(SKDT SKD1D) | oxzs | 200 15 | <02 | 3580 | 3,220 200 15 | <02 | 3580 | 3,760
Gio o T |ucsots)| 250 1 <02 | 2,790 | 2,010 250 1 <02 | 2,790 | 2,350
(1.2344, 1.2379) | (DH102)] 300 0.7 <02 | 2,790 | 1,670 300 0.7 <0.2 | 2,790 | 1,950
Below 255HB 350 _ _ _ _ 350 _ _ _ _
Fn— KL ~150 15 | <02 | 3580 | 3,220 | ~150 15 | <02 | 3580 | 3,760
(HPM7. PX5. P20) | o4 | 200 15 | <02 | 3580 | 3,220 200 15 | <02 | 3,580 | 3,760
Mold stoel | (DH102)| 250 1 <02 | 2,790 | 2,010 250 1 <02 | 2,790 | 2,350
(12311, P20) 300 | 07 | <02 | 2,790 | 1,670 300 | 07 | <02 | 2,790 | 1,950
30-36HRC 350 _ _ _ _ 350 _ _ _ _
) — F o ~150 15 | <02 | 3180 | 2,290 | ~150 15 | <02 | 3,180 | 2,670
nakBo,HeMTPT) 200 15 | <02 | 3,180 | 2,290 200 15 | <02 | 3,180 | 2,670
B s o250 | 1 <02 | 2,790 | 1,670 250 | 1 <0.2 | 2,790 | 1,950
(12311, P21) 300 | 07 | <02 | 2,790 | 1,340 300 | 07 | <02 | 2,790 | 1,560
38-43HRC 350 _ _ _ _ 350 _ _ _ _
- ~150 15 | <02 | 1,590 950 | ~150 15 | <02 | 1,590 | 1,110
(skost,DAC DR 200 15 | <02 | 1,590 950 200 15 | <02 | 1,590 | 1,110
Hardonad s steel (Da100) | 250 1 <02 | 1,350 650 250 1 <02 | 1,350 760
(1.2344, 12379) 300 | 07 | <02 | 1,350 650 300 | 07 | <02 | 1,350 760
42-52HRC 350 _ _ _ _ 350 _ _ _ _
5 ] ~150 1 <02 | 1,430 860 | ~150 1 <02 | 1,430 | 1,000
(SKD'1, LD, DC11) 200 1 <02 | 1,430 860 200 1 <0.2 | 1,430 | 1,000
[BS55-62HRC | Doz | 250 0.7 <02 | 1,190 570 250 0.7 <02 | 1,190 670
(1.2344, 1.2379) 300 | 05 | <02 | 1,190 360 300 | 05 | <02 | 1,190 420
55-62HRC 350 _ — _ _ 350 _ _ _ _
Wt - 5054 1 ~150 15 | <02 | 4380 | 3,940 | ~150 15 | <02 | 4,380 | 4,600
FEreD) | cgors | 200 15 | <02 | 4,380 | 3,940 200 15 | <02 | 4,380 | 4,600
B e | iDriros) | 250 1 <0.2 | 3580 | 2,580 250 1 <02 | 3580 | 3,010
(GG, GGG) 300 | 07 | <02 | 3580 | 2,150 300 | 07 | <02 | 3580 | 2510
Below 300HB 350 _ _ _ _ 350 _ _ _ _
N ~150 15 | <02 | 3580 | 3220 | ~150 15 | <02 | 3,580 | 3,760
(608308) | Joao1s | 200 15 | <02 | 3580 | 3,220 200 15 | <02 | 3580 | 3,760
HE250HBLT | (o) 250 1 <02 | 2,790 | 2,010 250 1 <02 | 2,790 | 2,350
ainlbness ste ggg 07 | <02 | 2790 | 1,670 ggg 07 | <02 | 2790 | 1,950
~150 15 | <02 720 520 | ~150 15 | <02 720 610
Fsvae |0 | 200 15 | <02 720 520 200 15 | <02 720 610
(TieA4v) |l 250 1 <0.2 560 340 250 1 <0.2 560 400
Titanium alloy 300 0.7 <0.2 560 270 300 0.7 <0.2 560 320
350 - - - - 350 - - - -

L RHELRE, ap: BIAAOUAARSE, Qe FBEARDYAAHRSE, N TEEEREE, Vi X YRE
£ : Overhung length, ap : Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEIR

1) EROUIHIZEHE. BERAIMES LTT— RIS C TRECESL,

2) VUPYNFEELESEF, VAAFRSELERRELYBELTLESD. HEIVFREYEREEZTFTERACELEL,

3) BHBATRDHEE., FTURAHRESIZECLTLLEIWD, RIINBLUVIETIFTERACEZEIL,

4) T7—70—IC&YNY K FTHREDLEBEZIT>TLIE S, IS,

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

@ 4) Use air blow.

UMMCTODF ¥ ETAMITIEEIY K FREITFELS LS,



fEmE EIFAYPHW % -15/-F 2 5351 Y — {ZHEYIHIEH

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMT Y I R RT7 B4 T IS4 X QXPH

QXP type (facemill type)

// DIJET

A4 T E4Z (mm) Tool dia.
WM [H—F 50 50/ 52
Work materials | #13& A% No. of teeth 7N A% No. of teeth 8N
Grades (mm) (n%r%) (r?r?ﬁ) (min™") (mm/min) (mm) (n?r'%) (r?r?w) (min™") (mn¥rfnin)

e ~150 2 <0.2 | 4140 | 4350 | ~150 2 <0.2 | 4140 | 4970
(S50C, S55C) | cx7s 200 2 <02 | 4140 | 4,350 200 2 <02 | 4,140 | 4,970
BE250HBUT \(1ca015)| 250 | 2 <02 | 4,140 | 4,350 250 | 2 <02 | 4,140 | 4970
(c50, c55)  |(DH102) 300 1.5 <0.2 | 2,860 | 2,400 300 1.5 <0.2 | 2,860 | 2,740
Below 250HB 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
[y ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
%;’*é%%%ﬁéﬂ%) CXT75 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
255HBIT \icgo1s)| 250 2 <02 | 2,860 | 3,000 250 B <02 | 2,860 | 3,430
(1.2344, 1.2379) |(DH102) 300 1.5 <0.2 | 2,860 2,400 300 1.5 <0.2 | 2,860 2,740
eloy 213 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
N ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
(Pw7 PX5 P20) 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
B setRe S 250 |2 <02 | 2,860 | 3,00 250 | 2 <02 | 2,860 | 3430
(1.2311, P20) 300 15 <02 | 2,860 | 2,400 300 15 <02 | 2,860 | 2,740
30-36HRC 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
e i ~150 2 <02 | 2,550 | 2,140 | ~150 B <02 | 2,550 | 2,450
(ae0, P P21l 200 2 <02 | 25550 | 2,140 200 2 <02 | 2,550 | 2,450
B e aorRC | Do 250 | 2 <02 | 2550 | 2,140 250 | 2 <02 | 2550 | 2450
(1.2311, P21) 300 15 <02 | 2,230 | 1,560 300 15 <02 | 2,230 | 1,780
e SRl 350 15 <02 | 2,230 | 1,560 350 15 <02 | 2,230 | 1,780
- ~150 15 <02 | 1270 890 | ~150 15 <02 | 1270 | 1,020
(SKD61. DAC, DHA) 1 200 15 <02 | 1,270 890 200 15 <02 | 1,270 | 1,020
R oo | 280 | 1.5 | <02 | 1270 | 890 250 | 15 | <02 | 1,270 | 1,020
(1.2344, 1.2379) 300 1.2 <0.2 | 1,080 600 300 1.2 <0.2 | 1,080 690
42-52HRC 350 1.2 <0.2 | 1,080 600 350 1.2 <0.2 | 1,080 690
g ~150 15 <02 | 1,150 810 | ~150 15 <02 | 1,150 930
(SKD11. SLD, DC11) 200 15 <02 | 1,150 810 200 15 <02 | 1,150 930
JEo55-62HRC I DHio2 | 250 1.5 | <02 | 1,150 810 250 1.5 | <02 | 1,150 930
(1.2344, 1.2379) 300 1 <0.2 950 530 300 1 <0.2 950 610
Al 350 1 <0.2 950 530 350 1 <0.2 950 610
- 4084 ~150 2 <02 | 3,500 | 3,680 | ~150 2 <02 | 3,500 | 4,210
(F¢FCD) | | 200 2 <02 | 3,500 | 3,680 200 2 <02 | 3,500 | 4210
B e Doy | 250 | 2 <0.2 | 3500 | 3,680 250 | 2 <0.2 | 3500 | 4,210
(GG, GGG) 300 15 <02 | 2,860 | 2,400 300 15 <02 | 2,860 | 2,740
Below 300HB 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
. ~150 B <02 | 2,860 | 3,000 | ~150 B <02 | 2,860 | 3,430
(608309 | ,cg015 | 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
BE250HBLLT |80 [ 250 2 <02 | 2,860 | 3,000 250 2 <02 | 2,860 | 3,430
Stainibness stee! 300 | 15 | <02 | 2,860 | 2,400 300 | 15 | <02 | 2,860 | 2,740
350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
~150 2 <0.2 570 480 | ~150 2 <0.2 570 550
Favee | 200 2 <0.2 570 480 200 2 <0.2 570 550
(rioaav) SIS 250 | 2 <02 | 570 | 480 | 250 | 2 <02 | 570 | 550
Titanium alloy 300 1.5 <0.2 450 320 300 1.5 <0.2 450 370
350 15 <0.2 450 320 350 15 <0.2 450 370

L RHLRE, ap: MARDYIAARSE, Qe FEAMDULAARSE, N : TEEEERE, Vi X YERE

£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIERE

1) EROUIHIZEHE. EERAMES LTT— RIS C TRECESL,

2) VPYNREELESEEF, VAAFRSELERELYIECLTESD. HIVRREYEREEZTFTERACELESL,

3) BHBATRDHEE, FTUWRAHARERIZECLTLLEID, RIINBLUVIETIFTERACEZEL,

4) TT7—TRA—IZK YUK THREREBZITOTLESL, IS,

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 Feed speed.

AIMMCTDF ¥ ET A MITIEEIY K FREITFE LS,

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



Ouick & Mini

New generation high feed mill
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fiEm LT YPHW % -15/-F 2 5351 Y — {ZEYIHIEH

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMR YO R RT7R A TI754 X QXPH, QXP type (facemill type)

A4 TEfZ (mm) Tool dia.
wmEs | H—F 63 /66
Work materials | #%& F% No. of teeth 8N
Grades y/ ap de n AR
(mm) (mm) (mm) (min-") (mm/min)
s ~200 2 <0.2 | 3290 | 3,950
(50C, $55C) | cx75 250 2 <02 | 3290 | 3,950
RS 250HBAT |cgots)| 300 | 2 <0.2 | 3290 | 3,950
(c50, c55) | (DH102) 350 1.5 <0.2 | 2,270 | 2,180
Below 250HB 400 15 <02 | 2270 | 2,180
TEgm ~200 2 <02 | 2270 | 2,720
(SKD61, SKD11) | cx75 250 2 <0.2 2,270 2,720
BE25SHBET cgots)| 300 | 2 <02 | 2,270 | 2,720
(1.2344, 1.2379) |(DH102) 350 1.5 <0.2 | 2,270 | 2,180
EE HesalE 400 15 <0.2 | 2270 | 2,180
N ~200 2 <02 | 2270 | 2,720
(HPM7, PX5, P20) 250 2 <02 | 2,270 | 2,720
f# £30-36HRC | JC8015
y 30-360 300 2 <02 | 2,270 | 2,720
(1.2311, P20) (Dr102) 350 1.5 <0.2 2,270 2,180
30-36HRC 400 15 <02 | 2270 | 2180
N ~200 2 <02 | 2,020 | 1,940
(¥§83,8H3%1H226) Josots |—250 2 <02 | 2,020 | 1,940
R 300 2 <02 | 2,020 | 1,940
(1.2311, P21) (bF102) 350 1.5 <0.2 1,770 1,410
Sl EinIRe 400 15 <02 | 1,770 | 1,410
P ~200 15 <02 | 1,010 810
(SKD61, DAC, DHA) 250 1.5 <0.2 1,010 810
R s | 300 | 15 | <02 | 1010 | 810
(1.2344, 1.2379) 350 1.2 <0.2 860 550
42-52HRC 400 1.2 <0.2 860 550
P ~200 15 <0.2 910 740
(SKD11, SLD, DC11) 250 1.5 <0.2 910 740
JEC55-62HRC | DH102 | 300 15 | <02 910 740
(1.2344, 1.2379) 350 1 <0.2 750 480
e RIRT 400 1 <0.2 750 480
TR - 5h a4 L8 ~200 2 <0.2 2,780 3,340
. agFaco, C'>:I-C|BD£;L‘F Josots | 250 2 <02 | 2,780 | 3,340
Grey & Nodular cast iron] (DH102) 300 2 <0.2 2,780 3,340
(GG, GGG) 350 15 <02 | 2270 | 2,180
Below 300HB 400 15 <02 | 2270 | 2,180
. , ~200 2 <02 | 2,270 | 2,720
PTRAL 250 | 2 <02 | 2,270 | 2,720
& 250HBLLT | /8015 T35 2 <02 | 2270 | 2,720
Stainlbness steel (DH102)
tainlbnose ste 350 15 <02 | 2270 | 2,180
400 15 <02 | 2270 | 2,180
~200 2 <0.2 450 440
FaUES 250 2 <0.2 450 440
(TheAl4y) | JCBU15 T34 2 <02 450 440
Titanium alloy | CH102 350 1.5 <0.2 360 300
400 15 <0.2 360 300

D EELERS, ap: BARDYIRAAHES, Ge: FEARDOYNAAHES, N TEEERERE, Vi £ YRE
£ : Overhung length, @p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEIR

1) EROUIHIZEHE. BERAIMES LTT— RIS C TRECESL,

2) VUPYNFEELESEF, VAAFRSELERRELYBELTLESD. HEIVFREYEREEZTFTERACELEL,

3) BHBATRDHEE., FTURAHRESIZECLTLLEIWD, RIINBLUVIETIFTERACEZEIL,

4) T7—7A—&YPY K THREVEBETO>TLHEEW, BT, IBMCTOF Y ET A MITIEYY < FTRBITFESIZELN,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.



// DIJET

EE LT YPHW % 157 FE3HAH— ERE IS4 (4]

Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMT YT R EDa2F—~AY F/-MQXHZ + BBE—8 (EP 15—~y REAA—ILBEL v > F7—/\)  MQXand MSN type
x84 TI54 R IQXPH

£ T B (mm) Tool dia.
0% 1| 4 H+— k 16 /17 20 20/ 21
Work materials | ##& F# No. of teeth 2N F# No. of teeth 3N F# No. of teeth 4N
Grades y/ ap ae n \%8 y/ ap de n V. y) ap de n Vi
(mm) | (mm) (mm) | (min"') |((mm/min) (mm) | (mm) (mm) | (Min*) |((mm/min)}f (mm) | (mm) (mm) | (Min-) |(mm/min)
(Ss(lg“t'cﬁggsc) ~70 | 0.2 |8~16|5,200 |2,600 | ~70 | 0.2 |10~20|4,200|3,150 | ~70 | 0.2 |10~18/4,200 |4,200
RS 2OO0HBUT | oiron| 120 | 0.2 [8~16/3,900 11,550 | 120 | 0.2 10~20/3,200 1,950 | 120 | 0.2 10~18/3,200 2,550
Bfﬁfﬁ'z%%ﬁ.)B 160 | 0.2 |8~10|3,400 |1,200| 190 | 0.2 |10~12|2,700|1,450| 190 | 0.2 |10~12/2,700 |1,900
T A ~70 | 0.2 [8~16/4,700 (2,100 | ~70 | 0.2 |10~20/3,800 [2,550 | ~70 | 0.2 |10~18|3,800 |3,400

(SKD61, SKD11) oXT5
B 255HBUTF DH102) 120 | 0.2 |8~16(3,500 (1,400 120 | 0.2 |10~20/2,900 |1,750| 120 | 0.2 |10~18/2,900 (2,350

Die steel (
Leas e 160 | 0.2 |8~10(3,000 1,100 | 190 | 0.2 |[10~122,450[1,300 | 190 | 0.2 |10~12/2,450 |1,750
S0 — F ol ~70] 02 |8~16/4,350]1,750 | ~70 | 0.2 [10~203,500]2,100 | ~70 | 0.2 [10~183,500 2,800

(HPM7, PX5, P20)
B 30-36HRC DH102 [ 120 | 0.2 |8~16(|3,250 (1,200 120 | 0.2 |10~20|2,650 (1,450 | 120 | 0.2 [10~18|2,650 [1,950

Mold steel
(12311, P20) 160 | 0.2 18~102,750 | 950| 190 | 0.2 |10~12/2,250 1,150 | 190 | 0.2 |10~12/2,250 |1,500
FUn—F i ~70 | 0.2 |8~16]4,000| 960|~70]| 0.2 |10~203,200[1,150 | ~70 | 0.2 |10~18/3,200 |1,500

(NAK80, HPM1, P21)
Bc38-43HRC | ppyqo2 | 120 | 0.2 |8~16(3,000| 600| 120 | 0.2 |10~20/2,400| 720| 120 | 0.2 |[10~18/2,400 960

Mold steel
iLetlEcl 160 | 0.2 |8~10/2,550 | 500| 190 | 0.2 |[10~12/2,050| 600| 190 | 0.2 |10~122,050| 800
AN ~70] 02 |8~16/2,000] 400|~70 0.2 [10~20[1,600] 480|~70] 0.2 [10~18/1,600| 640

(%;(261’ DAC, DHA
42-52HRC ~ ~ ~
Hardoned die steq PH102 | 120 | 0.2 |8~16/1,600 | 320 120 | 0.2 |10~20/1,280| 380| 120 | 0.2 |10~18/1,280 | 510

(1.%3;_13,2;5(3379) 160 | — _ _ _ 190 | — _ _ _ 190 | — - — -

BEA N ~70 | 0.2 [8~16|/1,400| 200 ~70 | 0.2 |10~20(1,120| 240|~70 | 0.2 |10~18/1,120 | 320
(SKD11, SLD, DC11)

Ba55-62HRC | pH102 | 120 | 0.2 |8~16]1,000| 100| 120 | 0.2 10~20| 800 120| 120 | 0.2 |10~18 800 | 160

Hardened die steel

(1.2344, 1.2379)
55-62HRC 160 | - - - - | 190 | - = - - | 190]| - - _ _
W%C%:gg)bﬁ%ﬁ* ~70 | 0.2 8~16/4,000 1,600 | ~70 | 0.2 |10~20/3,180 [1,910 | ~70 | 0.2 |10~18/3,180 |2,540

S 300HBUT ~ ~ ~
B B ¥ | DH102 | 120 | 0.2 |8~16/3,000 | 900| 120 | 0.2 |10~2012,390 1,080 | 120 | 0.2 |10~182,390 1,430

HGG, GGG). 160 | 0.2 |8~10/2,600 | 520| 190 | 0.2 [10~122,070| 630| 190 | 0.2 10~122,070| 830
272 LR ~70 | 0.2 |8~16/3,600|1,080 | ~70 | 0.2 [10~202,860 1,290 | ~70 | 0.2 |10~18/2,860 1,720

(SUS304) | j~on15
& 250HBLT 120 | 0.2 |8~16/2,600| 620| 120 | 0.2 |10~20(2,070| 750| 120 | 0.2 |10~18/2,070 {1,000
Stainless steel (DH102)
Below 250HB 160 | 0.2 |8~10/2,000| 400| 190 | 0.2 |10~12{1,590| 480| 190 | 0.2 |{10~12{1,590 | 640
55 - ~70| 0.2 |8~16/1,000| 300(~70 | 0.2 |10~20| 800| 360|~70 | 0.2 |10~18] 800 | 480
VAR
(Ti-6AI-4V) DH102 | 120 | 0.2 [8~16| 600 | 120| 120 | 0.2 [10~20| 480| 150| 120 | 0.2 |10~18| 480 200

Titanium alloy
160 | 0.2 |8~10| 600 120 190 | 0.2 |10~12) 480| 150| 190 | 0.2 |10~12] 480, 200

L RELESZ, ap: BHARDUAAHRS, Ae: EBFARADYLAAHES, N : TEEEREE, Vi £ YRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDEFEEIE
1) LROVIAIEHEE. #BERIES ST —IRBIEICE CTHRECESL,
2) VUYDFELEHEIE, AARIELRHMEIYBECLTLESIVD, HEIVIREYREZTIFTEALLLEZSIL,
3) BB AFRDBEIE. FTUIRAARIEZERLTLEID, RIINBLUVIZTIFTHEALLZEL,
4) T7—TA—IC& YUY LK THREREZET>TLEEW, HIZ, XSEMCTOF Y ET A MITETY K FREBITSEELL LS,
5) MIRBICKYMIEHBENTSNGOEEILYPHW * -FleA DY — MK HEXYMIZHE N LET, EZEYMIIE. LEDAIE
HOEERERETO~80%., *£YREI0~60%FHRE LTSI, Ffz. YPHW * -FREE K UYPHW * 24854 U4 — bk HEEME LTS
DEZEY UIHIEHEIFWEBL 2 O DYAIZGHESREZE L (BRQRI—F&Y)
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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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EE L (£ YPHW % 155 FE3TM1 o —h EEGEIEH (4]
Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMT Y I R EVaT7—~y F/MQXK + mEE—# (EP 17—~y RAA—ILEBES v > 9 7—/3)  MQXand MSN type
xR4T IS4 R IQXPH;

A4 TEfZ (mm) Tool dia.
mEis | —k 25/26 25/ 26/ 28
Work materials | #%& H# No. of teeth 4N F# No. of teeth 5N
Grades Y ap de n Vi Yl ap de n Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
R% - - - -
(s oo | o 90 02 |12.5~25| 3400 | 3,400 90 02 |125~22 3,400 | 4,250
Eé(kaffo?,i?e?f ohion)| 140 02 [125~25 2,500 | 2,000 140 02 [125~22| 2,500 | 2,500
Bl 2ol 210 02 |125~15 2200 | 1,550 210 02 |125~15 2200 | 1,900
TESH o o o >
b akom| 90 02 |125~25 3,050 | 2,750 90 02 |125~22| 3,050 | 3,400
‘fj@%i?gfg (Dhto)| 140 02 |125~25| 2,250 | 1,800 140 02 |125~22| 2250 | 2,250
Sl 210 0.2 |125~15| 2,000 | 1,400 210 02 |125~15| 2,000 | 1,750
T AN— KR ~ ~ - -
e At 90 02 |125~25| 2,800 | 2,250 90 02 |125~22 2,800 | 2,800
B2 80-36HRC | pry102 | 140 02 [125~25| 2,100 | 1,500 140 02 [125~22| 2,100 | 1,900
(12311, P20) 210 02 |125~15| 1,800 | 1,200 210 02 |125~15| 1,800 | 1,500
TYn—E 28 ~ ~ ~ s
AT 90 02 |125~25 2550 | 1,250 90 02 |125~22| 2,550 | 1,500
Be38-43HRC | D102 | 140 0.2 |12.5~25| 1,900 750 140 0.2 |125~22| 1,900 950
(12311, P21) 210 02 |125~15| 1,650 650 210 02 |125~15| 1,650 850
1 AN ~ - - ~
B 90 02 |125~25 1,270 510 90 02 |125~22| 1,270 640
42-52HR
Hardenca e Sl DH102 | 140 02 |12.5~25| 1,020 410 140 02 |12.5~22| 1,020 510
. , 1.237
42-52HRC 210 - - - - 210 - - - -
BEANS ~ ~ ~ ~
st S 90 02 |125~25| 890 250 90 02 |125~22| 890 310
55-62HR - -

Hardonc g o DH102 | 140 02 |125~25| 640 130 140 02 |125~22| 640 160
'55-62HRC 210 - - - - 210 - - - -
BIa T ~90 02 |125~25| 2550 | 2,040 | ~90 02 |125~22 2550 | 2,550

S 300HBLLT - ~
B B X | DH102 | 140 02 |125~25 1,910 | 1,150 140 02 |125~22| 1,910 | 1,440
RGG, 6EG) 210 02 |12.5~15| 1,660 660 210 02 |12.5~15 1,660 820
FEAW Y ~90 02 |125~25 2290 | 1,370 | ~90 02 |125~22| 2,290 | 1,710
(SUS304) JC8015
B 250HBLLT [1C8015 | 140 02 |12.5~25| 1,660 800 140 02 [125~22| 1,660 | 1,000
Stainless steel ( 02)
Below 250HB 210 02 |125~15| 1,270 510 210 02 |125~15| 1,270 640
~90 02 |125~25 640 380 | ~90 02 |125~22| 640 480
FaLaR
(Ti6A-4V) | DH102 | 140 02 |125~25 380 150 140 02 |125~22| 380 190
Titanium alloy
210 02 |125~15| 380 150 210 02 |125~15 380 190

L mELES, ap: ARMOYBAARSE, Ae: FREARDYRAFRS, N TEEEEE, Vi £ YEE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDFESE

1) LROUVAIEHEE. BERIES U7 — VRIS C THRECESL,

2) VUYDRFEELEHEE, AAFRIEZLRHMESIYHECLTLESL, HEINIREYEREZTIFTEALLLSIL,

3) BHBHARRDEEIE., FTURARIZTECLTLESL, RInBLUVVIETIFTHERACESL,

4) T7—TA—I2&YPNYKTRELEZT>TLLEIW, HIT, IBMCTOF v ETAMITELYIY K FREBITERELLLZSLY,

5) MIKRBICEYMIEBENMEONLEVERIIYPHW % -Fs A o — MK HEEYMIEZHERENLES, BEYMIIE, ERETHEIE
HDOEERERETO~80%., £ YEREIO~60%ZFHRE LTLIZEL, Ffzo YPHW *-FREE K UVYPHW * 244 U — b & HEEMLE LT
DIEZE Y YIHIEHIFWEBL 2 O T DUEIZHESREZEL (BRQRAI—F&Y)

T)O-'I;Ee 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 Feed speed.

2; Ersn:c;?rin;gxes not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW*-15-type inserts" (For bottom face finishing)
QMY YO R EDaT7—~y F/MQXFE + BEE—#8 (E>aT5—~vy FRAF—IILBES v > 49 7—/%)  MQXand MSN type
xR4T IS4 R IQXPH;

A4 TEfZ (mm) Tool dia.
wmElH | H—F 30/32/35 32/35
Work materials | #4F& F% No. of teeth 5N F% No. of teeth 6N
Grades /) ap ae n V Y ap ae n V
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-) (mm/min)

a é%‘r’f’f‘%ﬁ% e | 100 | 02 | 16~32 | 2650 | 3,300 | ~100 | 02 | 16~30 | 2,650 | 3,950
Carbonseel(OH102) 150 | 02 | 16~32 2650 | 3,300 | 150 | 02 | 16~30 | 2,650 | 3,950
Below 250HB 210 | 02 | 16~32 2000 | 2000 | 210 | 02 | 16~30 2000 | 2400

TR ~100 | 02 | 16~32 | 2400 | 2700 | ~100 | 0.2 | 16~30 | 2400 | 3,200

(SKD61, SKD11)

B ZooHBuT | | 150 | 02 | 16~32 | 2400 | 2,700 150 | 02 | 16~30 | 2,400 | 3,200

(1.2344, 1.2379)

Below 255HB 210 | 02 | 16~32 | 1,800 | 1,800 | 210 | 02 |16~30 | 1,800 | 2,150
TYn—F i ~ ~ ~ ~
e, 100 | 02 | 16~32 2200 | 2,200 | ~100 | 02 | 16~30 | 2200 | 2,600
BES0SEHRC IDH102 | 150 | 0.2 | 16~32 | 2200 | 2,200 150 | 02 | 16~30 | 2,200 | 2,600

1.2311, P20

S eiRe 210 | 02 | 16~32 1650 | 1500 | 210 | 02 | 16~30 1,650 | 1,800
PO ] ~100 | 02 | 16~32 | 2,000 | 1,200 | ~100 | 02 | 16~30 | 2,000 | 1,450

(NAK80, HPM1, P21)

B2 38-43HRC | DH102 150 02 | 16~32 | 2,000 | 1,200 150 02 | 16~30 | 2,000 | 1,450
(1.2311, P21)

38-43LRC 210 02 | 16~32 | 1,500 750 210 02 | 16~30 | 1,500 900
AN - - - -

sl R 100 02 | 16~32 | 1,000 500 100 02 | 16~30 | 1,000 600

B 42-52HRC | pH102 150 02 | 16~32 | 1,000 500 150 02 | 16~30 | 1,000 600

Hardened die steel
(1.2344, 1.2379)

42-52HRC 210 0.2 16~20 800 400 210 0.2 16~20 800 480
AN ~ ~ ~ ~
(SKD11 LD, DC11) 100 0.2 16~32 700 250 100 0.2 16~30 700 300
B &55-62HRC | pH102 150 0.2 16~32 700 250 150 0.2 16~30 700 300

Hardened die steel
(1.2344, 1.2379)

55.69HRC 210 0.2 16~20 500 130 210 0.2 16~20 500 160
Wg 77’»’4))%%?* ~100 0.2 16~32 | 1,990 1,990 | ~100 0.2 16~30 | 1,990 2,390
BE&300HBLT
Grey(& Nodularcas)t o | DH102 150 0.2 16~32 | 1,990 1,990 150 0.2 16~30 | 1,990 | 2,390
B, S9O 210 02 | 16~32 | 1490 | 1,120 210 | 02 | 16~30 | 1490 | 1,340
27 LR ~100 0.2 16~32 | 1,790 1,340 | ~100 0.2 16~30 | 1,790 1,610
(SUS304) JC8015
B & 250HBLLF | =00 150 0.2 16~32 | 1,790 1,340 150 0.2 16~30 | 1,790 1,610
Stainless steel ( )
Below 250HB 210 0.2 16~32 | 1,290 770 210 0.2 16~30 | 1,290 920
~100 0.2 16~32 500 380 | ~100 0.2 16~30 500 460
FaLES
(Ti-6Al-4V) | DH102 150 0.2 16~32 500 380 150 0.2 16~30 500 460
Titanium alloy
210 0.2 16~20 300 150 210 0.2 16~20 300 180

RHEHLEE, ap: BIAMDYNAARS, Qe FEARDYAARE, N : TEEERRE, Vi:kYEE
ﬂ Overhung length, ap: Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDFESE

1) LROUVAIEHEE. BERIES U7 — VRIS C THRECESL,

2) VUYDRFEELEHEE, AARIEZLRHMESLYECLTLESD, HEIVNIREYEREEZTIFTEALLLSIL,

3) BB AFRDBEIE. FTURAAFRIZECLTLLESIV, RIINBLUVIZTIFTERLL LS,

4) T7—7A—IC& YUY K THREREZT>TLLLEW, HIT, IBMCTOF v ET A MITEYY K FREBITTEEL LI,

5) MIREICKYMIERBENFLNGEWEEIXYPHW * -FRA Y — MI K BDEXYMIZHREN-LET, EEYMITIE, LEDAIE

HOEERRETO~80%., EYREIO~60%ZEHRE LTLZE W, £z, YPHW * -FRE L UYPHW * 2454 o9 — Mz &k B EEL LT

DIEZEY YIHIEHIFWEBL 2 O T DUEIZHESREZEL (BRQRAI—F&LY)

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 Feed speed.

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.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.
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LB YPHW % -15% F5E35iq > —b ZAETHIZH (4]
Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMY YO R EDa2F—~Ay F/MQXF + EE—# (E>a5—~y FAF—IIBES v > 49 7—/%)  MQXand MSN type
X934 TIT54 R IQXPH;

A4 TEfZ (mm) Tool dia.
wHEIH | Y—F 40/ 42 20
Work materials | ##& H$ No. of teeth 6N F# No. of teeth 7N
Grades Y/ ap ae n Vi Y ap ae n V-
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min-") (mm/min)
ey ~ ~ ~ ~
(850%3559) s 100 0.2 | 20~40 | 2,100 | 3,150 100 02 | 20~38 | 2,100 | 3,650
"E%affoﬁ*;?%ﬁT (ohion)| 150 02 | 20~40 | 21100 | 3,150 150 02 | 20~38 | 2100 | 3,650
Bl 2ot 210 02 | 20~40 | 1,570 | 1,900 210 02 | 20~38 | 1570 | 2,200
TEH - ~ - -
(bt akor | 100 02 | 20~40 | 1,890 | 2,850 100 02 | 20~38| 1,800 | 3,300
‘fi‘é%i%”egf; Ohiop| 150 | 02 | 20~40 | 1,890 | 2,850 150 | 02 | 20~38 | 1,890 | 3,300
EA 210 0.2 | 20~40 | 1,410 | 1,700 210 02 | 20~38 | 1,410 | 2,000
T A—F 8 - - - ~
el . 100 0.2 | 20~40 | 1,750 | 2,100 100 02 | 20~38 | 1,750 | 2450
B2 80-36HRC | pH1o2 | 150 02 | 20~40 | 1,750 | 2,100 150 | 0.2 | 20~38 | 1,750 | 2450
(1,2311, P20) 210 02 | 20~40 | 1300 | 1,400 210 | 02 | 20~38 | 1300 | 1,650
PAIVASE NS | ~ ~ o -
A AT 100 02 | 20~40 | 1,600 | 1,150 100 02 | 20~38 | 1,600 | 1,350
B238-43HRC | pHo2 | 150 02 | 20~40 | 1,600 | 1,150 150 | 0.2 | 20~38 | 1,600 | 1,350
(1.2311, P21) 210 02 | 20~40 | 1,200 720 210 | 02 | 20~38 | 1,200 840
1B A NGB ~ ~ ~ -
sigft S o 100 0.2 | 20~40 | 800 480 100 02 | 20~38 | 800 560
42-52HR - -
[E242-62HRC | DH102 | 150 0.2 | 20~40 | 800 480 150 02 | 20~38 | 800 560
(1.2344, 1.2379) 210 02 | 20~40 | 640 380 210 | 02 | 20~38 | 640 440
AN ~ ~ ~ ~
gt Sl 100 02 | 20~40 | 560 240 100 02 | 20~38 | 560 280
55-62HR - -
JESS5-62HRC | DH102 | 150 0.2 | 20~40 | 560 240 150 02 | 20~38 | 560 280
b2 ) 210 | 02 | 20~40 | 400 120 210 | 02 | 20~38 | 400 140
5 «"(}F-g"JFng))bﬁﬁﬁ ~100 0.2 20~40 | 1,590 | 1,910 | ~100 0.2 20~38 | 1,590 2,230
& 300HBLLT ~ ~
B B T | pH102 | 150 0.2 | 20~40 | 1,590 | 1,910 150 02 | 20~38 | 1,590 | 2,230
£GG, 6GG) 210 02 | 20~40 | 1,190 | 1,070 210 02 | 20~38 | 1190 | 1250
27U LR ~100 02 | 20~40 | 1,430 | 1290 | ~100 02 | 20~38 | 1,430 | 1,500
(SUS304) JC8015
mx250HBIT [[S801 1 150 0.2 | 20~40 | 1,430 | 1,290 150 02 | 20~38 | 1,430 | 1,500
Stainless steel ( 02)
Below 250HB 210 0.2 | 20~40 | 1,030 740 210 0.2 | 20~38 | 1,030 870
~100 0.2 | 20~40 | 400 360 | ~100 02 | 20~38 | 400 420
FaLER
(Ti6AI-4V) | DH102 | 150 0.2 | 20~40 | 400 360 150 02 | 20~38 | 400 420
Titanium alloy
210 02 | 20~40 | 240 140 210 02 | 20~38 | 240 170

D RHLES, ap: 8ARDYAHRES, Qe FBRAMOYAARS, N : TERERE, Vi %Y RE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

i A EDTEEIE

1) LEOTAEIGZHER, #BRIES U —IRIEICE CTREILSL,

2) VOYDNFELIGEIE, VIRAARSELERELYLEILTLESL, HEIVEHEYREEZTIFTEACESL,

3) BHMBATEDHEEE., FTUWRAARIZEC LTSIV, RnBLUVVIETIFTEACE S,

4) T7—7O—I2& YUY K TRELEZIT>TL LS, BT, IBMCTOF Y ETAMITEEIY K FREBIEFECIZS L,

5) MIREN L YMIERENFONLEVNEEIXYPHW * -Fls A U — MoK HEZXYMIZHEN-LET, EFEYMIIE, LREAISE

HOREEREET70~80%, #YEEI0~60%EBRELTLEEL, Fi=. YPHW *-F2E K UYPHW * -24f4 4 4 — R K BEEE LT OERE Y YIHISEHIE

WEB# % 07 OUIHIZHESBEZE 0 (BERQRI—F&Y) o

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.

55
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Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMUY YO R RT7 B A TT54 X QXPH QXP type (facemill type)

S TE#Z (mm) Tool dia.
wmElH | Y—F 40
Work materials | #1%& F# No. of teeth 6N F# No. of teeth 7N
Grades Y ap de n AR ) ap ae n Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
[y ~150 02 [ 20~40] 2,100 | 3,150 | ~150 02 [20~38] 2,100 | 3,680
6§§§5§ngH5BS§)T CXT5 200 0.2 20~40 | 2,100 | 3,150 200 0.2 20~38 | 2,100 | 3,680
Carbon steel  |(DH102)| 250 0.2 | 20~40 | 1,570 | 1,890 250 02 | 20~38 | 1,570 | 2,200
(C50, C55) 300 02 | 20~22 | 1,360 | 1,640 300 02 | 20~22 | 1,360 | 1,900
Below 250HB 350 _ _ — — 350 _ — — —
TEH ~150 02 | 20~40 | 1,890 | 2,830 | ~150 02 | 20~38 | 1,890 | 3,300
OKDOT KO ox75 | 200 | 02 | 20~40 | 1,890 | 2,830 200 | 02 | 20~38 | 1,890 | 3,300
Die steel |(DH102)| 250 02 | 20~40 | 1,410 | 1,700 250 02 | 20~38 | 1,410 | 1,980
(1.2344, 1.2379) 300 02 | 20~22 | 1,220 | 1,470 300 02 | 20~22 | 1,220 | 1,710
Below 255HB 350 _ _ _ _ 350 _ _ _ _
F 1) n— E 4 ~150 02 | 20~40 | 1,750 | 2,100 | ~150 02 | 20~38 | 1,750 | 2,450
A Aeae 200 | 0.2 | 20~40 | 1.750 | 2400 | 200 | 0.2 | 20~38 | 1750 | 2450
Mold steel | PH102 250 0.2 | 20~40 | 1,300 | 1,400 250 02 | 20~38 | 1,300 | 1,650
(1.2311, P20) 300 02 | 20~22 | 1,150 | 1,150 300 02 | 20~22 | 1,150 | 1,350
30-36HRC 350 _ _ _ — 350 _ _ _ _
T n— K4 ~150 02 | 20~40 | 1600 | 1,150 | ~150 02 | 20~38 | 1,600 | 1,350
“#é\?g’sHTﬂsh% ) 200 02 | 20~40 | 1,600 | 1,150 200 02 | 20~38 | 1,600 | 1,350
Mold steel | PH102 250 02 | 20~40 | 1,200 720 250 02 | 20~38 | 1,200 840
(1.2311, P21) 300 0.2 | 20~22 | 1,050 630 300 0.2 | 20~22 | 1,050 740
38-43HRC 350 _ _ _ _ 350 _ _ _ _
i Ah4H ~150 0.2 | 20~40 800 480 | ~150 02 | 20~38 800 560
%36‘1 PAC ﬁgé) 200 0.2 | 20~40 800 480 200 02 | 20~38 800 560
Hardened die steel| PH102 250 0.2 | 20~40 640 380 250 02 | 20~38 640 440
(1.2344, 1.2379) 300 02 | 20~22 400 120 300 02 | 20~22 400 140
42-52HRC 350 _ _ _ _ 350 _ _ _ _
5 A ~150 0.2 | 20~40 560 240 | ~150 02 | 20~38 560 280
(SKD11, SLD, DC11) 200 0.2 | 20~40 560 240 200 02 | 20~38 560 280
Hfﬁé55-6?HRC DH102 250 02 | 20~40 400 120 250 02 | 20~38 400 140
ardened die steel
(1.2344. 1.2379) 300 02 | 20~22 400 120 300 02 | 20~22 400 140
55-62HRC 350 _ _ _ _ 350 — — — -
- ~150 02 | 20~40 | 1590 | 1,910 | ~150 02 | 20~38 | 1,590 | 2,230
& é@% ggggl - 200 02 | 20~40 | 1,590 | 1,910 200 02 | 20~38 | 1,590 | 2,230
Grey & Nodulr castiron | D102 | 250 0.2 | 20~40 | 1,190 | 1,070 250 0.2 | 20~38 | 1,190 | 1,250
(GG, GGG) 300 0.2 | 20~22 | 1,030 620 300 02 | 20~22 | 1,030 720
Below 300HB 350 _ _ _ _ 350 _ _ _ _
2= oL ~150 02 | 20~40 | 1,430 | 1,290 | ~150 02 | 20~38 | 1,430 | 1,500
(5US304) | ,cg015 | 200 02 | 20~40 | 1,430 | 1,290 200 02 | 20~38 | 1,430 | 1,500
ﬁ%;é_zlfaOHBtuT (DH102)| 250 0.2 | 20~40 | 1,030 740 250 02 | 20~38 | 1,030 870
ainless siee
B 300 02 | 20~22 800 480 300 02 | 20~22 800 560
350 - - - - 350 - - - -
~150 0.2 | 20~40 400 360 | ~150 02 | 20~38 400 420
FaLE2 200 0.2 | 20~40 400 360 200 02 | 20~38 400 420
(Ti-6AI-4v) | DH102 250 0.2 | 20~40 240 140 250 02 | 20~22 240 160
Titanium alloy 300 02 | 20~22 240 140 300 02 | 20~22 240 160
350 - - - - 350 - - - -

L BHLES, ap: MARDOYLAHES, ae: FEAMOUNAHRS, N TEERERE, Vi EYRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nff A EDIEEIR

1) LEEOUIEIGEHE. BERES LU —JBIEICIS CTHEIES L,

2) VUOYNRELEBER. tHAARSZLRMELIYBERLTIESL, HIVEHEYEEETFTERCEEL,

3) EWBAFRDOEZEERE, FETURAARIZERLTLLESL, RISINBLUVVIETFTHERSESL,

4) T7—J7A—TEYY CFHREMBLET>TILEEIN, BT, IBMCTOF v ETF A MITEYY K FRBITER LS,

5) MIREI<LYMIEHEELRGONGENBERYPHW *x-Fof U4 — bk HEZYMIEHBOELET, KX YMTIE, LRHIEHOEREEE70~80%, %Y EE40~
ii):f)’éﬁft LTLEEW, Ffz. YPHW*-FREE K UYPHW * 244 »H— MM &K A EEMLLIFOER Y IHIZHEWEBA 2 OV OUIHIGZHZSR S (BREQRI—F

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 Feed speed.
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.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.




@

EEE L (7 YPHW * 152 I &4 45— ~ FREDHIZH
Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMT Y I R RT7 B A T IS4 X QXPH

Ouick & Mini

New generation high feed mill

e

QXP type (facemill type)

A4 TEfZ (mm) Tool dia.
wEls | =k 50 50 / 52

Work materials | #1%& F# No. of teeth 7N F# No. of teeth 8N

Grades Y ap ae f Vi ap ae f Vi
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)

[ ~150 0.2 25~50 | 1,700 [ 2,970 | ~150 0.2 25~48 [ 1,700 | 3,390
Efsgggbﬁ%Sﬁ)T ox75 200 0.2 25~50 | 1,700 | 2,970 200 0.2 25~48 | 1,700 | 3,390
Carbon steel | (DH102)| 250 0.2 25~50 | 1,700 | 2,700 250 0.2 25~48 | 1,700 | 3,080
B(gfve’z%gﬂs 300 0.2 25~50 | 1,280 | 1,790 300 0.2 25~48 | 1,280 | 2,040
350 0.2 25~28 | 1,280 | 1,790 350 0.2 25~28 | 1,280 | 2,040
TEH ~150 0.2 25~50 | 1,530 | 2,670 | ~150 0.2 25~48 | 1,530 | 3,050
ggggéﬁg%g ST 200 0.2 25~50 | 1,530 | 2,670 200 0.2 25~48 | 1,530 | 3,050
Dio steel  |(DH102)| 250 0.2 25~50 | 1,530 | 2,430 250 0.2 25~48 | 1,530 | 2,770
(132?:\3,2155%9) 300 0.2 25~50 | 1,450 | 1,600 300 0.2 25~48 | 1,150 | 1,830
350 0.2 25~28 | 1,450 | 1,600 350 0.2 25~28 | 1,150 | 1,830
S — K8 ~150 0.2 25~50 | 1,400 | 1,950 | ~150 0.2 25~48 | 1,400 | 2,200
(%PyngégHPFgg 200 0.2 25~50 | 1,400 | 1,950 200 0.2 25~48 | 1,400 | 2,200
Mold steel | PH102 250 0.2 25~50 | 1,400 | 1,750 250 0.2 25~48 | 1,400 | 2,000
(13.3331 éhﬁzcm 300 0.2 25~50 | 1,050 | 1,250 300 0.2 25~48 | 1,050 | 1,400
350 0.2 25~28 | 1,050 | 1,250 350 0.2 25~28 | 1,050 | 1,400
S n— E 48 ~150 0.2 25~50 | 1,250 [ 1,050 | ~150 0.2 25~48 | 1,250 | 1,200
(NAK8O0, HPM1, P21) 200 0.2 25~50 | 1,250 | 1,050 200 0.2 25~48 | 1,250 | 1,200
Bo88-4SHRC I DHI02| 250 | 0.2 | 25~50 | 1,250 880 250 | 0.2 | 25~48 | 1,250 | 1,000
(1.2311, P21) 300 0.2 25~50 950 660 300 0.2 25~48 950 750
S sl 350 02 | 25~28 | 950 660 350 02 | 25~28 | 950 750
1 A ~150 0.2 25~50 510 360 | ~150 0.2 25~48 510 410
(;?gt(@ﬁi éDé%'HD;é) 200 0.2 25~50 510 360 200 0.2 25~48 510 410
Hardenod die steel| PH102 250 0.2 25~50 510 340 250 0.2 25~48 510 390
(1 2348, 1 }%?:79) 300 0.2 25~50 380 270 300 0.2 25~48 380 310
350 0.2 25~28 380 270 350 0.2 25~28 380 310
AN ~150 0.2 25~50 380 190 | ~150 0.2 25~48 380 220
(SKD11, SLD, DC11) 200 0.2 25~50 380 190 200 0.2 25~48 380 220
Hfai}geigﬁe**ggel DH102 250 0.2 25~50 380 160 250 0.2 25~48 380 180
(1.2344. 1.2379) 300 0.2 25~50 320 130 300 0.2 25~48 320 150
55-62HRC 350 0.2 25~28 320 130 350 0.2 25~28 320 150
- ~150 0.2 25~50 | 1,270 | 1,780 | ~150 0.2 25~48 | 1,270 | 2,030
(FC, FCD) 200 0.2 25~50 | 1,270 | 1,780 200 0.2 25~48 | 1,270 | 2,030
B BT | P02 | 250 | 02 [ 25~50 | 1,270 | 1,560 250 | 0.2 | 25~48 | 1,270 | 1,780
(GG, GGG) 300 0.2 25~50 950 | 1,000 300 0.2 25~48 950 | 1,140
Below 300HB 350 02 | 25~28 950 | 1,000 350 02 | 25~28 950 | 1,140
2= L2 ~150 0.2 25~50 | 1,450 | 1,210 | ~150 0.2 25~48 | 1,150 | 1,380
(5US304) | ycgo15| 200 0.2 25~50 | 1,150 | 1,210 200 0.2 25~48 | 1,150 | 1,380
BE250HBLT | piqoo| 250 0.2 25~50 | 1,150 | 1,090 250 0.2 25~48 | 1,150 | 1,250
Dainless stec! 300 02 | 25~50 | 830 700 300 02 |25~48 | 830 800
350 0.2 25~28 830 700 350 0.2 25~28 830 800
~150 0.2 25~50 320 340 | ~150 0.2 25~48 320 390
F A 200 0.2 25~50 320 340 200 0.2 25~48 320 390
(Ti-6Al-4V) | DH102 250 0.2 25~50 320 300 250 0.2 25~48 320 340
Titanium alloy 300 0.2 25~50 190 160 300 0.2 25~48 190 180
350 0.2 25~28 190 160 350 0.2 25~28 190 180

D RHELES, ap: ARDYAHRES, Qe #BRARMOYAARS, N : TERERE, Vi %Y RE

£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed
nfEALDOIEEIER

1) EREOLIAIGEHE. BERIES U7 —IRBIEICE CTREESL,
2) VUYMNRELESAE. VAARSELEHEELY BECLTLESD, HHIVFEYEEETFTERACESL,
3) BMBATRDEER., ETMRAAREEZXLTLEED, RINBLUVVIETIFTERACESL,

4) T7—7A—I2&K YUY K FHREVREBEZTOTLLEEL,

2. SIBMCTOF Y ET 4 MITIELIY < FREBITFEL LS,

5) MIFEBICKYMIEREENFONGEWESIIYPHW % -Fii2 A U — I K HEXYMTEZHEN-LET, EFEYMTIE, EELIHIZ
HDOEERZRET70~80%. %Y EREA0~60%FHRE LTS, Fiz. YPHW *-FRE K UYPHW * 244 U — hZ &k SEELE L ITOIEE Y SIEI (&
WEBA# O OYHEIEHESREZEN (FRQRI—F&Y)

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 Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed

conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition

(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.




// DIJET

EE LT YPHW % 157 FE3HAH— ERE IS4 (4]

Recommended cutting conditions for "YPHW *-15-type inserts" (For bottom face finishing)
QMUY YO R RT7 B A TT54 X QXPH QXP type (facemill type)

A4 TE# (mm) Tool dia.
5 I #4 H— 63 /66
Work materials | #4%& F# No. of teeth 8N
Grades y/ ap ae f )
(mm) (mm) (mm) (min-") (mm/min)
4| ~200 0.2 31~63 1,350 2,700
(S50C, $55C) 250 0.2 31~63 1,350 2,700

BWE250HBLLT | CX75
Carbon steel |(DH102)|_ 300 02 | 31~63 | 1,350 | 2,450

B(ecl:o5ve'2%g?—|)8 350 0.2 31~63 | 1,020 1,630
400 0.2 31~35 | 1,020 1,630

TE ~200 0.2 31~63 | 1,210 2,420
(SKD61, SKD11) 250 0.2 31~63 | 1,210 2,420

5 CX75
BEESOHBAT oo 300 | 02 | 31~63 | 1,210 | 2,190

(1.2344, 1.2379) 350 02 | 31~63| 910 | 1,450
eyl 400 02 | 31~35| 910 | 1,450
S 8 ~200 02 | 31~63 | 1,110 | 1,750
(%-lPéM?, PX5, P20) 250 0.2 31~63 | 1,110 1,750
B o0-SOHRCIDHI02 | 300 | 0.2 | 31~63 | 1,110 | 1,580
(1.2311, P20) 350 02 | 31~63 | 830 | 1,110
30-36HRC 400 02 | 31~35| 830 | 1,110
51— EL 8 ~200 02 | 31~63 | 1,000 960
(NAK8O, HPM 1, P21) 250 02 | 31~63 | 1,000 960
B8 4SHRC IDH102 | 300 | 0.2 | 31~63 | 1,000 | 800
(1.2311, P21) 350 0.2 31~63 750 590
sl 400 02 | 31~35| 750 590
g ~200 02 | 31~63 | 400 320
%@62 _DAC, DHa) 250 02 | 31~63 | 400 320
Hardened die steel DH102 300 0.2 31~63 400 300
(1.2344, 1.2379) 350 02 | 31~63 | 300 250
42-52HRC 400 02 | 31~35| 300 250

. ~200 02 | 31~63 | 300 170
(SKDﬁ’fﬁfB%@cm 250 0.2 31~63 300 170
JEE55-62HRC | DHI02 | 300 02 | 31~63 | 300 140
(1.2344, 1.2379) 350 0.2 31~63 250 120
55-62HRC 400 02 | 31~35| 250 120
- ~200 02 | 31~63 | 1,000 | 1,600
(FC. FCD) 250 02 | 31~63 | 1,000 | 1,600

X 300HBLT | DH102 -
Grey & Nodular cast iron 0 300 0.2 31~63 1,000 1,400

(GG, GGG) 350 | 02 | 31~63 | 750 | 900
Below 300HB 400 02 | 31~35 750 900
. ~200 | 0.2 | 31~63 | 910 | 1,090
A lcsors| 250 | 02 | 31~63 | 910 | 1,090
BE250HBAT iy 300 | 02 | 31~63 | 910 | 990
R 350 | 0.2 | 31~63 | 660 | 640
400 | 0.2 | 31~35 | 660 | 640

~200 | 0.2 | 31~63 | 250 | 300

BN 250 | 0.2 | 31~63 | 250 | 300
(TieA4v) |DH102| 300 | 0.2 | 31~63 | 250 | 270
Titanium alloy 350 | 02 | 31~63 150 140
400 | 0.2 | 31~35 | 150 140

L RELES, ap: BAROYAARSE, Ae: FRARDYRAAHFRS, N TEEEGEE, Vi £ YEE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

fERLDIEERE

1) LEOTAEIGZHER. #BRIES U —IRIEICE CTREILSL,

2) VOYDNFELIGEIE, VIRAARSELERELYLECLTLESL, HEIVEHEYREZTIFTEACESL,

3) BMBATEDEHEE. FTURAAREIZECLTLESIVD, RnBLUVVIETIFTHEACESL,

4) T7—7O—(C&YPY K TREVEBZT >TSS, IS, IBMCTOF v ET A MITIEY K FRB(STECFZELN,

5) MIREBICKEYMIEBEENFONGVEEEYPHW *-Flof VY — FMC K BEEYMIEHRENLET, EXYMIE, LEDAHIG
HDOREEREET0~80%, #YEEI0~60%EBRELTLIEEL, Fi=. YPHW *-F2E K UYPHW * -24f4 4 3 — R K BEEE LT OERE Y YIHISEHIE
WEB# %4 07 OUIHIZGESBZE 0 (BREQRI—F&Y) o

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.




Ouick & Mini

New generation high feed mill

e

@4 T A YPHW100320ZER-247% FI4E3eHiM > H—F IEAE G154 (5,

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QMT Y I R EVaT7—~y F/MQXE + BE—8 (E2215—A~y FRAA—ILEES v 29 7—/\) MQXand MSN type
xR4T 754 R IQXPH

A4 TEfZ (mm) Tool dia.
% Hll #4 H—k 16 /17
Work materials | #4%& F# No. of teeth 2N
Grades 0 ap ae n V-
(mm) (mm) (mm) (min) (mm/min)
F1 n— F 48 ~70 0.4 <7 4,400 | 2,200
(?Qgso, HPM1, P21)| j~8015
38-43HRC
( on] o] | (DH102) 120 0.3 <7 4,400 2,200
[y 160 | 02 <7 | 4400 | 2200
15E A AU ~70 0.25 <7 3,200 1,600
SR | scaos
42-5
Hardened die steel[(DH102) 120 0.2 <7 3,200 1,600
(1.2344, 1.2379)
42-52HRC 160 — _ _ _
AN ~70 0.2 <6 2,000 800
(%(gﬂ, SLD, DC11)
55-62HRC
Hardened die steel DH102 120 0.15 <6 2,000 800
(1.2344, 1.2379)
55-62HRC 160 - — _ _
e T E# (mm) Tool dia.
A #4 Y— bk 20 20/ 21
Work materials | #47& F# No. of teeth 3N F# No. of teeth 4N
Grades 0 ap ae n \Y4i ) ap ae n Vit
(mm) (mm) (mm) (min~) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
F1n— E8 ~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
(?ano, HPM1, P21)| j~a0145
38-43HRC
(1Moldsteel) (DH102) 120 0.3 <9 3,500 2,600 120 0.3 <9 3,500 3,500
2311, P21
38-43HRC 190 0.2 <9 3,500 2,600 190 0.2 <9 3,500 3,500
5E A L8 ~70 0.25 <9 2,550 1,900 ~70 0.25 <9 2,550 2,550
(?EI§261,DAC, DHé) T
42-52HR
Hardened die steell(DH102)| 120 0.2 <9 2,550 | 1,900 120 0.2 <9 2,550 | 2,550
(1.2344, 1.2379)
42-52HRC 190 - - _ — 190 _ _ _ _
BEA ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
(%@11, SLD, a%)
55-62
Hardenod die steel| DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
(1.2344, 1.2379)
55-62HRC 190 - - - - 190 _ _ _ _

ZHLES, ap: MAROYLAHES, Ae: FEAMOUIAHFES, N TEREEE, Vi EUYRE
£ : Overhung length, ap : Axial depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

off A EDFEEE
1) EEROUIAIZHE. EERMES LTT— RIS C TRECESL,

2) VUPYLREELESEF, AARSELERELY BEILTLESD, HIVFREYREEZTFTERACELSL,

3) BHWBATRDEEE., FTUWRAAHRESEEZLTLEED, RIINBLUVIETIFTERACEEL,

4) T7—TA—IC&YPY L THRELEET>TLEEL, HIT, ABMCTOXFYET A MITEEIY CFREBITEFE LS,

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 Feed speed.

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.



// DIJET

%540 T F YPHW100320ZER-24% F4e35#iq 24—k EAEYEIE 4 (5]
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QMY v I R EV 25—~y F/-MQXF + BE—8 (EPa5—~y FRAA—ILEBEL v > 9 7—/%)  MQXand MSN type
SR AT IS4 R IQXPH

4 T B (mm) Tool dia.
o = 25/26 25/26/28
Work materials | #f3& F% No. of teeth 4N F% No. of teeth 5N
ks (mgn) (gr?w) (gﬁ\) (mril-«) (er\1{rfr1in) (m/%]) (2#1) (na'lr?\) (m?r‘) (mn¥rfnin)
F1n— Ei ~90 0.4 <10 2,800 2,800 ~90 0.4 <10 2,800 3,500
(NAKBO, HPM1, P21)| 18015
fEE38-43HRC 140 0.3 <10 2,800 2,800 140 0.3 <10 2,800 3,500
Mold steel (DH102)
(12311, P21) 210 02 <10 | 2,800 | 2,800 | 210 0.2 <10 | 2,800 | 3,500
5t A ~90 0.25 <10 2,040 2,040 ~90 0.25 <10 2,040 2,550
(§’£§61'DAC‘£§§) 1C8015
42-52
Hordonod as seolDr102)| 140 0.2 <10 | 2,040 | 2,040 140 0.2 <10 | 2,040 | 2,550
(1.2344, 1.2379)
42-52HRC 210 = = = = 210 — — - -
BEAALER ~90 0.2 <8 1,270 1,020 ~90 0.2 <8 1,270 1,360
(%(gﬂ, SLD, DC11)
55-62HRC
(ESS5-62HRC | pH102| 140 0.15 <8 | 1,270 | 1,020 140 0.15 <8 | 1270 | 1,360
(1.2344, 1.2379)
55-62HRC 210 - - - - 210 — - — -
A4y T B (mm) Tool dia.
wmEs | H—h 30/32/35 32/35
Work materials | #1& F# No. of teeth 5N F# No. of teeth 6N
Grades Y dp de n Vi ) ap ae i ]
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
FUYn— R ~100 0.4 <13 2,200 2,750 ~100 0.4 <13 2,200 3,300
(I%Jé}gso, HPM1,P201) JC8015
38-43HR
( Mold stoel ) (DH102) 150 0.3 <13 2,200 2,750 150 0.3 <13 2,200 3,300
1.2311, P21
38-43HRC 210 0.2 <13 2,200 2,750 210 0.2 <13 2,200 3,300
BEA N ~100 0.25 <13 1,600 2,000 ~100 0.25 <13 1,600 2,400
(SKD61, DAC, DHA) e
| dedmeRie D0y 150 | 02 <13 | 1,600 | 2,000 150 | 0.2 <13 | 1,600 | 2,400
(1.2344, 1.2379)
42-52HRC 210 0.15 <13 1,600 2,000 210 0.15 <13 1,600 2,400
BEAN ~100 0.2 <10 1,000 1,000 ~100 0.2 <10 1,000 1,200
(SKD11, SLD, DC11)
[ESSBZHRC IDH102| 150 | 015 | <10 | 1,000 | 1,000 150 | 045 | <10 | 1,000 | 1,200
(1.2344, 1.2379)
55-62HRC 210 0.1 <10 1,000 1,000 210 0.1 <10 1,000 1,200

L RBHLES, ap: MAROYIAHFES, Ae: FREAMOUIAHRS, N TEEERERE, Vi EYRE
£ : Overhung length, ap : Axial depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEER
1) EROUIHIEEHE. EEAMES LTT— RIS C TRECESL,

2) VPYLNREELESERF, VAAFRSELRRELYIECLTLESD, HIVRREYEREEZTFTERACELEL,

3) BHBATRDHEF., FTURAARERSIEEZCLTLLEIVD, RIINBLUVVIETIFTEACEZEL,

4) TF7—TA—IC&KYPYLTHREREBET>TLEL, HIT, ABMCTOFYET A MITREEIY CFREBITEE S,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.



Duick & Mini New generation high feed mill
m QM MAX" 4

Z =T A YPHW100320ZER-24%% F5cacifaas Y —b {E4EIEIE&H

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QT Y I R EDa2 77—~y F/MQXFE + BEE—8 (E>a7—~y FAF—IBES v 9 T7—N)

XY B4 T T 54 R IQXPH

(5]

MQX and MSN type

A4 TEfZ (mm) Tool dia.
Bl H—k 40/42 40
Work materials | #%& F# No. of teeth 6N F# No. of teeth 7N
Grades ap ae n Vo ap ae n V.
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
F)n— KU ~100 0.4 <17 1,750 2,620 ~100 04 <17 1,750 3,060
(?Q?O’ HPM1, Pzé) JC8015
38-43HR
(1%%'?15‘32'1) (DH102) 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
38-43HRC 210 0.2 <17 1,750 2,620 210 0.2 <17 1,750 3,060
AN ~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220
(%5361, DAC, DHA) 1C8015
42-52HRC
Hardened die steel|(DH102) 150 0.2 <17 1,270 1,900 150 0.2 <17 1,270 2,220
(1.2344, 1.2379)
42-52HRC 210 0.15 <17 1,270 1,900 210 0.15 <17 1,270 2,220
AN ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
(%Ifgﬂ, SLD, DC11)
55-62HRC
Hardened die steel DH102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
(1.2344, 1.2379)
55-62HRC 210 0.1 <13 800 960 210 0.1 <13 800 1,120

£ RHELRS, ap: MARODYLAHRE, Ae: FEARDOYAHFRE, N TEEIREE, Vi EYRE

£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFALOEEEIE

1) ERROUIBIFME. EBRIME STT— RIS C TRECESL,
2) VUYLREELESEE, IAARSZLEBELYBEILTLESD, HHIVFEYREETHFTEACE S,

3) BEBBAFRDEEE. FETURAARSZEZLTLEED, RIINBLUVVIETIFTERACESL,
4) T7—7O—C&YPYKTRELEZTO T EEN, HIC,

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 Feed speed.

AIHMCTODF v ETAMITELIY K FREITEE LS,

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.



// DIJET

Z5# NI A YPHW100320ZER-24% F5c3THiA > H—b {ZHEYHIEH

(5

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QMUY YO R RT7 B A4 TT54 X/ QXPR  QXP type (facemill type)

4> TEfZ (mm) Tool dia.
Al # H—k 40 40
Work materials | #13& A% No. of teeth 6N % No. of teeth 7N
Grades (mlrz'n) (nawr'%) (gr?w) (mri:r‘) (mn\lér;in) (m%n (gﬁq) (gr?q) (min) (mn\lcr;in)
F1)— K8 ~100 0.4 <17 1,750 2,620 ~100 0.4 <17 1,750 3,060
(l%lé\gsg,sHil\ghEzg) JC8015 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
o el oH102)| 200 | 0.2 <17 | 1,750 | 2,620 200 | 02 <17 | 1,750 | 3,060
(1.2311, P21) 250 0.15 <17 1,750 2,620 250 0.15 <17 1,750 3,060
38-43HRC 300 = = = — 300 — = - —
i ANEE ~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220
(%ggel,zDéczlﬁgé) JC8015 150 0.2 <17 1,270 1,900 150 0.2 <17 1,270 2,220
Hardomad s stel(DH102)| 200 | 045 | <17 | 1,270 | 1,900 200 | 015 | <17 | 1,270 | 2,220
(1.2344, 1.2379) 250 0.1 <17 1,270 1,900 250 0.1 <17 1,270 2,220
42-52HRC 300 ~ - ~ ~ 300 = = ~ ~
i A4 ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
(SKD11, SLD, DC11) 150 0.15 <13 800 960 150 0.15 <13 800 1,120
(ESS5-62HRC | pH102| 200 | 0.1 <13 800 960 200 | 0.1 <13 800 | 1,120
(1.2344, 1.2379) 250 - - - - 250 - - - -
55-62HRC 300 - - - - 300 - - - -
A4 TEfZ (mm) Tool dia.
Wyl |—+F 50 50/ 52
Work materials | #1%& F% No. of teeth 7N F% No. of teeth 8N
Grades Y ap ae n Vi ) ap ae [ .
(mm) (mm) (mm) (min-") (mm/min) (mm) (mm) (mm) (min-") (mm/min)
T n— R4 ~150 0.4 <21 1,400 2,450 ~150 0.4 <21 1,400 2,800
(NAK80, HPM1, P21) 200 0.3 <21 1,400 2,450 200 0.3 <21 1,400 2,800
B ARG | 250 | 02 | <21 | 1400 | 2450 | 250 | 02 | <21 | 1400 | 2,800
(1.2311, P21) ’ 300 0.15 <21 1,400 2,450 300 0.15 <21 1,400 2,800
38-43HRC 350 - - - - 350 - - - .
i ANSE ~150 0.25 <21 1,020 1,780 ~150 0.25 <21 1,020 2,040
(%(gﬁi,zDé%HDleé) JC8015 200 0.2 <21 1,020 1,780 200 0.2 <21 1,020 2,040
Hardonod 4o sisel [(DH102)| 250 | 045 | <21 | 1,020 | 1,780 250 | 015 | <21 | 1,020 | 2,040
(1.2344, 1.2379) 300 0.1 <21 1,020 1,780 300 0.1 <21 1,020 2,040
42-52HRC 350 - - — - 350 - - ~ ~
B A4 ~150 0.2 <17 640 900 ~150 0.2 <17 640 1,030
(SKD11, SLD, DC11) 200 0.15 <17 640 900 200 0.15 <17 640 1,030
[BS55-62HRC |DH102| 250 | 0.1 <17 640 900 250 | 0.1 <17 640 | 1,030
(1.2344, 1.2379) 300 - - - - 300 - - - -
55-62HRC 350 - - - - 350 - - - -

L RBHLES, ap: MAROYIAHFES, Ae: FREAMOUIAHRS, N TEEERERE, Vi EYRE
£ : Overhung length, ap : Axial depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFAEDIEEER

1) EROUIHIEHE. EERAME LTT— RIS C TRECESL,

2) VUPYNREELESHERF, VAAFRSELERELYIECLTLEED, HIVFREYEREEZTFTERACELEL,

3) BHBATRDHEE., FTURAAHREIZEECLTLESD, RIINBLUVIETIFTERACEZEIL,

4) TF7—TA—IC&KYPYLTHRELREBEFT>TLEL, HIT, ABMCTOFYET A MITREEIY CFREBITER S,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QMR YO R RT7B A TT54 X /QXPH  QXP type (facemill type)

4y I EE (mm) Tool dia.
1 El #4 H—k 63 /66
Work materials | #1%& F# No. of teeth 8N
Gl (m@n) (r?r%) (naﬁr%) (mri1n'1) (mrxr;in)
~150 0.4 <26 | 1,110 | 2,220
AT i1 200 | 0.4 <26 | 1110 | 2220
m3g-aarRC |0V 250 | 03 | <26 | 1,110 | 2,220
(1.2311, P21) 300 0.2 <26 1,110 2,220
38-43HRC 350 0.15 <26 1,110 | 2,220
i ~150 0.25 <26 810 | 1,620
(smé’?,)\oﬁ@m) 200 0.25 <26 810 | 1,620
JEEaz-s2hre FEOIA 950 | 02 | <26 | 810 | 1,620
(12344, 1.379) 300 | 015 | <26 810 | 1,620
42-52HRC 350 0.1 <26 810 | 1,620
~150 0.2 <21 500 800
3 o
Ko 200 | 02 <21 500 800
BEX55-62HRC | DH102 250 0.15 <21 500 800
Hardened die steel
(1.2344, 1.2379) 300 0.1 <21 500 800
55-62HRC 350 _ — — ~

URHLES, ap: BAROUAHFRES, e FBARDOURAHFES, N TEEEGRE, Vi EYURE
£: Overhung length, ap: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfFf A LDFESEIE
1) LROVIAIEHE. BHEAIMS L UTT—2RIMEICKE CTHRECLZEL,

2) VUUDRELIGEE, URAAFIZLEEBEIY LECLTLLESL., HHIVNIREYEREZTIFTERALL LS,

3) BWMBATRDGEF. FTURAAFEIZEZLTLLZEIN, RIINELUVVIZTIFTHERALL LI,

4) I7—70—I2&YHIYKTREDEZITHO>TLESL, 2, IBMCTOFYEF A MITIHYY K FREBITTELSESLY,

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 Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.
4) Use air blow.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMY Y I R EDaF—~Ay F/-MQXH + BE—H (EP 15—~y RAA—ILBEL v F7—/\)  MQXand MSN type
x94T I754 R IQXPH

LY T EfZ (mm) Tool dia.
wHEIM | P—F 16 /17 20
Work materials | # & F# No. of teeth 2N T No. of teeth 3N
Grades (m‘en) (grﬂ) (ﬁﬁ) (m?r‘) (mn\I{r;in) (mlrzn) (nawr'%) (gr?m) (mri:r‘) (mrxr;in)
BEA LS ~80 <12 <0.1 8,950 | 1,430 | ~100 <12 <0.1 7,160 | 1,720
(SKD61, DAC, DHA)
1 &42-52HRC < -
}?ardened e stee)l JBN795| 120 <1.0 <0.1 7,960 | 1,110 150 <1.0 <0.1 6,370 1,340
1.2344, 1.2379
42-52HRC 160 - - - - 190 - - — _
AN ~80 <1.0 <0.1 7,960 | 1,270 | ~100 <1.0 <0.1 6,370 1,530
(SKD11, SLD, DC11)
T &55-62HRC < =
varaned de sis JBN795| 120 | =08 | <01 | 5970 | 720 150 | <08 | <04 | 4770 860
1.2344, 1.2379
55-62HRC 160 - - = - 190 = - — _
#ﬁf'%ﬁ#ﬁ% ~80 <15 | <01 | 14,900 | 4,020 | ~100 | <15 | <0.1 | 11,900 | 4,820
B &300HBLLT < -
Grey castiron |"BN795 120 <1.0 <0.1 | 14,900 | 3,580 150 <1.0 <0.1 11,900 | 4,280
GG
BeIoEN 30)0HB 160 =07 <0.1 14,900 2,980 190 =07 <0.1 11,900 3,570
’;‘l’?g:'ég/)ﬁﬁﬁ ~80 =15 <01 13,900 3,750 ~100 =15 <01 11,100 4,500
& 300HBLLT
Nodu(lar Ca?t ©on|JBN795| 120 <1.0 <0.1 | 13,900 | 3,340 150 <1.0 <0.1 11,100 | 4,000
GGG
Below 300HB 160 <07 <0.1 13,900 2,780 190 <07 <0.1 11,100 3,330
) T E#% (mm) Tool dia.
R HI ¥ H—+ 20 /21
Work materials | #1%& H# No. of teeth 4N
Grades (m‘lrzn) (na'\r%) (gr?'\) (mri?'r‘) (mn\'l{rfwin)
BEANH ~100 <12 <0.1 7,160 | 2,290
(SKD61, DAC, DHA)
1 &42-52HRC <
Hardened die steel| JBN79° 150 =1.0 <0.1 6,370 1,780
(1.2344, 1.2379)
42-52HRC 190 - _ _ B
BEA L5 ~100 <1.0 <0.1 6,370 | 2,040
(SKD11, SLD, DC11)
1 &55-62HRC <
Hardened die steel JBN795 150 =08 <0.1 4,770 1,140
(1.2344, 1.2379)
55-62HRC 190 = - - _
m(’gg%ﬁ% ~100 <15 <0.1 | 11,900 | 6,430
B E300HBLLT <
Grey cast iron JBN795 150 =1.0 <0.1 11,900 | 5,710
Be|OENG:?0)OHB 190 =07 <0.1 11,900 4,760
5“‘7?;23)%* ~100 <15 <0.1 | 11,100 | 6,000
X 300HBUTF
Nodu(lar caﬁt iron JBN795 150 =1.0 <0.1 11,100 5,330
GGG
Below 300HB 190 =07 <01 11,100 4,440

0 RELERS, ap: BARDYIRAAES, Ge: FEARDOYEAAES, N TEEERERE, Vi £ YRE
£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

fEALDFEEE

1) EEROUIAIZME. BEREES S U7 —IBIEICE CTRELZEN,

2) VUYMNFEELEEF, AHFRESEZLRBBELY BECLTLESLD, HHVFHEYREZTFTERACESL,

3) WHENTROGEEE., FTUWAARIEZLTLLEIV, RIInBLUVIETIFTHEALLESL,

4) T7—J0—IC&YPY K FREDVEZITo>TLIESL, HIT, IBMCTOF Y ETAMITIEIYY S FTREBITEECIZS LN,

5) YPHW * -FIf 534 % —~ (CBN) ERAICK . N—FhILEELLEFMIEFERLLIFMIOREDEIZHEF.
WEBA % O OYIAIGZHRESBEZE L (FRBQRI—F&Y) o

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 Feed speed.

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.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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BIE £ YPHW-F1JS 4535124 —F(CBN) Y8154 6]
Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMY v I R EV 25—~y F/MQXF + BE—#8 (EPa5—~y FEA—ILBEL v > 9 7—/%)  MQXand MSN type
XY BAL4T T4 R IQXPH

£ T E#Z (mm) Tool dia.
Bl H—+ 25/ 26 25/26/28
Work materials | #1F& F# No. of teeth 4N % No. of teeth 5N
Grades (mlﬁn) (r?r%) (gﬁ) (mri:w) (mrxr;in) (m%\) (r?rgl) (2;?1) (mril“) (mfxf;i”)
(SK[;J?)B}/?S%WDHA) ~120 | =12 | <01 | 5730 | 1830 | ~120 | =12 | <041 | 5730 | 2,290
JBCa282HRC | janzes| 190 | 1.0 | <04 | 5000 | 1430 190 | =10 | <01 | 5090 | 1,780
(1.2344, 1.2379)
42-52HRC 235 - - - - 235 - - - -
BEANGH ~120 <10 <0.1 5090 | 1,630 | ~120 <10 <0.1 5090 | 2,040
(SKD11, SLD, DC11)
(RSOS02HRC | janzes5| 190 | 0.8 | <04 | 3,820 920 190 | =08 | <01 | 3,820 | 1,150
(1.2344, 1.2379)
55-62HRC 235 - - _ _ 235 _ _ _ B
o s ~120 | =15 | <01 | 9550 | 57160 | ~120 | =15 | <01 | 9,550 | 6,450
oty |sBN79s| 190 | <10 | <01 | 9550 | 4580 | 190 | <10 | <01 | 9550 | 5730
(GG)
Below 300HB 235 | <07 | <01 | 9550 | 3,820 235 | <07 | <01 | 9550 | 4,780
@7?;%)%3* ~120 | =15 | <01 | 8910 | 4810 | ~120 | =15 | <01 | 8910 | 6,010
JECSOOHBELT | jan7es| 190 | <1.0 | <04 | 8910 | 4,280 190 | <10 | <01 | 8910 | 5,350
(GGG)
Below 300HB 235 | <07 | <01 | 8910 | 3,560 235 | <07 | <01 | 8910 | 4460
ey T E%#& (mm) Tool dia.
wEls |[—Fr 30/32/35 32/35
Work materials | #/%& A% No. of teeth 5N A% No. of teeth 6N
Grades (mlrzn) (2,‘1)1) (naqr%) (mgw) (mrr\'n{r;in) (m@n) (r?r‘w)a) (na'\r%) (mri?'ﬂ) (mrmm)
(smﬁ%’f\bcmom) ~160 | <12 | <01 | 4480 | 1790 | ~160 | =12 | <01 | 4480 | 2,150
BE42-52HRC | o soel 240 | =10 | <04 | 3,980 | 1,390 240 | =10 | <01 | 3,980 | 1,670
Hardened die steel
(1.2344, 1.2379)
42-52HRC 290 - - - - 290 — — — -
15 A U8 ~ < o <
Sk AT ) 160 | <10 | <01 | 3,980 | 1,590 160 | <10 | <01 | 3,980 | 1,910
BESE-62HRC | \o\zos| 240 | =08 | <01 | 2,980 900 240 | <08 | <01 | 2,980 | 1,070
Hardened die steel
(1.2344, 1.2379)
55-62HRC 290 - - - = 290 — - — _
G ~160 | =15 | <0.1 | 7,460 | 5040 | ~160 = =15 | <0.1 | 7,460 | 6,040
RoonP ™ loen7es| 240 | <10 | <01 | 7460 | 4480 | 240 | =10 | <01 | 7460 | 5370
(GG)
Below 300HB 290 | <07 | <01 | 7,460 | 3,730 200 | <07 | <01 | 7,460 | 4,480
9”7?;{3’5@%5* ~160 | <15 | <01 | 6,960 | 4,700 | ~160 | <15 | <01 | 6,960 | 5,640
(ECSOOHBHLT | n7es| 240 | =10 | <04 | 6,960 | 4,180 240 | =10 | <01 | 6960 | 5010
(GGG)
Below 300HB 200 | <07 | <01 | 6,960 | 3480 200 | =07 | <01 | 6960 | 4,180

D EELERS, ap: BARDYIAAHES, Ge: FEARDOYNEAAHES, N : TEEERERE, Vi £ YRE
£ : Overhung length, @p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

aff A EDIEEIRE

1) LROUIAIZEEE., BHRAIES S UT— VRIS C TRECESL,

2) VUYMNRELEBEE, UAARSELERELIY LR LTLESD, HEHIVFEYREEZTIFTERCEZEL,

3) BHMBATRDESIF, FTURAARSEZECLTLEEL, RISNBLVVIEZTIFTERCESL,

4) T7—70—I2&YPY K THREREBETOTLEESL, HIT, ABMCTOF v ET A MITREY K FREISER SN,

5) YPHW *-FIR I3 A V4 — ~ (CBN) FERAICL S, N—F AL AIEE EFMIE-FETL L NI ORENHIFHEE.
WEBH 4 04 OYHIZHERESREZE L (FREBQRA—F&Y) o

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 Feed speed.
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.
5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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BIE £ YPHW-F1J 45351 24— (CBN) Y8154 (6
Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMY VI R EDaT—~AY F/MQXH + BE—H (E¥a15—A~y FRAF—ILBEL v > F7—/\)  MQXand MSN type
x84 TIT54 R IQXPH

£ T B (mm) Tool dia.
o A H— 40/ 42 40
Work materials | #1%& F# No. of teeth 6N F#8 No. of teeth 7N

ErRte (m%> (2@) (gﬁ) (m%ﬂ m%ﬁm) (M%) (2#) (2%) (J%W (mxém
BEANGH ~160 <12 <041 3,580 | 1,720 | ~160 <12 <041 3,580 | 2,000
(SKD61, DAC, DHA)
& 42-52HRC
Hordonad e stesl| JBN795| 240 <1.0 <0.1 3,180 | 1,340 240 <1.0 <0.1 3,180 | 1,560
(1.2344, 1.2379)
42-52HRC 290 - - - - 290 - - - -
BEANGH ~160 <10 <01 3,180 | 1,530 | ~160 <1.0 <0.1 3,180 | 1,780
(SK%H, SLD, DC11)
fE&55-62HRC
Hardencd die steel| JBN795| 240 <0.8 <0.1 2,390 860 240 <0.8 <0.1 2,390 | 1,000
(1.2344, 1.2379)
55-62HRC 290 - = = = 290 = = - -
hfgg’%ﬁ% ~160 <15 <0.1 5970 | 4,840 | ~160 <15 <0.1 5,970 | 5,640
FEX300HBUT
Grey(cas)tiron JBN795| 240 <10 <0.1 5,970 | 4,300 240 <1.0 <0.1 5,970 | 5,010
GG
Below 300HB 290 <07 <0.1 5970 | 3,580 290 <07 <0.1 5970 | 4,180
ﬁaf’}éﬁ’)ﬁﬁ ~160 | <15 <0.1 5570 | 4510 | ~160 | =15 <0.1 5,570 | 5,260
BE&300HBLLF
Nogular castiron| JBN795| 240 <10 <01 5570 | 4,010 240 <1.0 <0.1 5570 | 4,680
(GGG)
Below 300HB 290 <07 <0.1 5,570 | 3,340 290 <07 <0.1 5,570 | 3,900

L RBHLES, ap: MARDYLAHES, Ae: FEFMOUNAHRSE, N TEERRERE, Vi &Y RE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

nfE EDFEHRIE

1) LEOUIBIEHEE. BERIMES KU —IBIEICE CTRELEZ S,

2) VUYL EELIGEE, VAAHAFRSEFLEHEIV R LTLLESLD., HEIVWEEYREZTFTERCLEZ S,

3) WHEAFTEDNIZEE., FTUWAARIZELTLEZL., RIINBELUVVIZTIFTHEALESL,

4) T7—7A—I2&YPY K THRELEETH>TLESL, I, ABMCTOF vy ETF A MITIEYY K FRBIEELLE SN,

5) YPHW *-F1R5E3k#4 49— b (CBN) HAICE 2. A—FALAEE L IFMIE-EETL L FINT OZEDEIZEL.
WEBHZ B Y DYIHIEHREZSBILZEIL (FEEQRI—K&KY)

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 Feed speed.

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.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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fImE 4L IF R YPHW-F1#i2 A 53i4M 5 —(CBN) FREHIFEH

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMR YO R RT7BATT54 X /QXPH  QXP type (facemill type)

A4 TEfZ (mm) Tool dia.
Bl H—+ 40
Work materials | #1%& F# No. of teeth 6N F# No. of teeth 7N
ks (m‘?n) (r?r?’l) (%?1) (mrilﬂ) (mrxr;in) (mlrzn) (r?r%) (gr%) (min-") (mrxr;in)
i AN2E ~150 | <12 <01 | 3580 | 1,720 | ~150 | =<1.2 <0.1 3,580 | 2,000
(%ggeléoéghtgié) 200 | =10 <01 | 3,180 | 1,340 200 | =10 <01 | 3,180 | 1,560
Hardened die steel JBN795 250 - - - - 250 - - - -
(1.2344, 1.2379) 300 - - - - 300 - - - _
42-52HRC 350 _ _ _ _ 350 _ _ _ _
5 A3 ~150 | =<1.0 <01 | 3,180 | 15530 | ~150 | =<1.0 <01 | 3,180 | 1,780
(s%g; 5s%D2 3&101) 200 | =<0.8 <01 | 2,390 860 200 | =<o0.8 <01 | 2,390 | 1,000
Hardened die steel JBN795 250 - - - - 250 - - - -
(1.2344, 1.2379) 300 - - - - 300 = - _ _
55-62HRC 350 _ _ _ _ 350 _ —_ _ _
T AR ~150 | <15 | <01 | 5970 | 4840 | ~150 | <15 | <01 | 5970 | 5,640
(FC) 200 | <1.0 <01 | 5970 | 4,300 200 | <10 <01 | 5970 | 5,010
BS300HBULT | 1aN705] 250 | <07 | <04 | 5970 | 3,580 250 | =<0.7 | <041 | 5970 | 4,180
Grey cast iron ) ) ) )
(GG) 300 | <07 <01 | 5970 | 3,580 300 | <07 <01 | 5970 | 4,180
Below 300HB 350 _ — — — 350 — — — —
BH 8 AL ~150 | <15 | <01 | 5570 | 4510 | ~150 | <15 | <01 | 5570 | 5,260
(FCD) 200 | <1.0 <01 | 5570 | 4,010 200 | <1.0 <01 | 5570 | 4,680
(JESS00MBHT | )n7es| 250 | <07 | <04 | 5570 | 3340 | 250 | <07 | <04 | 5570 | 3,900
(GGG) 300 | <07 <01 | 5570 | 3,340 300 | <07 <01 | 5570 | 3,900
Below 300HB 350 - - - — 350 - - - -
£ T E%#& (mm) Tool dia.
wEls | =k 50 50/ 52
Work materials | #1%& X% No. of teeth 7N A% No. of teeth 8N
Sl (men) (r?r%) (na'\r%) (mgw) (mrr\'n{r;in) (m%) (r?r?a) (na'\r%) (min-") (mrr\'n{r;in)
W AEE ~150 | <12 <01 | 2860 | 1,600 | ~150 | =<1.2 <01 | 2,860 | 1,830
(SKD61, DAC, DHA) 200 | =<1.2 <01 | 2860 | 1,600 200 | =<1.2 <01 | 2860 | 1,830
Hﬁiﬁgfdzig'gecel JBN795| 250 | =<1.0 | <01 | 2,550 | 1,250 250 | =1.0 | <01 | 2,550 | 1,430
(1.2344, 1.2379) 300 | <1.0 <01 | 2550 | 1,250 300 | <1.0 <01 | 2550 | 1,430
42-52HRC 350 - - - — 350 - _ _ _
WA ~150 | =<1.0 <01 | 2550 | 1,430 | ~150 | <1.0 <01 | 2550 | 1,630
(SKD11, SLD, DC11) 200 | =<1.0 <01 | 2550 | 1,430 200 | =<1.0 <01 | 2550 | 1,630
H‘Eiﬁgﬁyggel JBN795| 250 | =<0.8 <0.1 1,910 800 250 | =0.8 <0.1 1,910 920
(1.2344, 1.2379) 300 | =<o0.8 <0.1 1,910 800 300 | =<o0.8 <0.1 1,910 920
55-62HRC 350 — - - — 350 — — — —
P ~150 | <15 | <01 | 4,780 | 4520 | ~150 | <15 | <01 | 4,780 | 5,160
FC 200 | <15 | <01 | 4780 | 4,520 200 | <15 | <01 | 4,780 | 5,160
%iﬁ%g;‘ﬁ%f JBN795| 250 | =10 | <0.1 | 4,780 | 4,020 250 | <10 | <01 | 4,780 | 4,590
(GG) 300 | <10 <01 | 4,780 | 4,020 300 | <1.0 <01 | 4,780 | 4,590
Below 300HB 350 | <07 <01 | 4780 | 3,350 350 | <07 <041 | 4,780 | 3,820
85848k ~150 | <15 | <01 | 4460 | 4210 | ~150 | <15 | <01 | 4,460 | 4,820
(FCD) 200 | <15 | <01 | 4460 | 4,210 200 | <15 | <01 | 4,460 | 4,820
,jffufaﬂocgiﬁjgn JBN795 250 | =<1.0 | <01 | 4,460 | 3,750 250 | =<1.0 | <0.1 | 4,460 | 4,280
(GGG) 300 | <1.0 <01 | 4460 | 3,750 300 | <1.0 <01 | 4460 | 4,280
Below 300HB 350 | =07 <01 | 4460 | 3,120 350 | =07 <01 | 4460 | 3,570

0 RBHLES, ap: MAMOUAHRES, Ae: FRAMODULAHES, N TERERE, Vi EYRE
£ : Overhung length, ap : Axial depth of cut, ae: Radial depth of cut, N : Spindle speed, Vf: Feed speed

aff A EDIEEIRE

1) LREOUIAIGHE. BBREIES X TT— RIS CTREBESL,
2) VUYLEELEGEEE, UAHRSZLEHELY DXL TIESLD, HHAVEREYREEZTHFTERACLEL,
3) BHBATENERIE., FTURAARIEZLTLLESL, RIINBIVVIETIFTERASEZEL,

4) T7—70—I2&YPY K THREREBETOTLEESL, HIT, ABMCTOF v ET A MITREY K FREISER SN,

5) YPHW % -F1is X534 o — bk (CBN) fEAIC& S, N—FALAELEFMITEFERTLEFNTOREDHIEEE.
WEBH 4 04 OYHIZHERESREZE L (FREBQRA—F&Y) o

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 Feed speed.

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.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.




flEm i EFH YPHW-F12 T 5%k3ZH41 Y —F(CBN) FRELIHISEHE

Recommended cutting conditions for "YPHW-F1-type inserts" (For
QMUY YO R RT7BA TT54 X /QXPH  QXP type (facemill type)

side finishing)

// DIJET

(6]

A T E#& (mm) Tool dia.
R HI# J—+ 63 /66
Work materials | #4%& F# No. of teeth 8N
Elts (mgn) (2#1) (gr?\) (mri:ﬁ) (mn\xﬂn)
AN ~200 =12 <0.1 2,270 1,450
(SKD61, DAC, DHA) 250 =1.2 <01 2,270 1,450

1 &42-52HRC =
Hardened die steel| JBN795 300 =1.0 <0.1 2,020 1,130

(1.2344, 1.2379) 350 =1.0 <0.1 2,020 1,130
42-52HRC 400 - - - -
135 A8 ~200 =1.0 <0.1 2,020 1,290
(SKD11, SLD, DC11) 250 =1.0 <0.1 2,020 1,290
BS55-62HRC | pN7g5| 300 | <0.8 | <01 | 1,520 730
Hardened die steel — . J
(1.2344, 1.2379) 350 0.8 <01 1,520 730
55-62HRC 400 _ _ _ _
T B ~200 =15 <01 3,790 4,090
(FC) 250 =15 <01 3,790 4,090

BE300HBLUT | jpN705| 300 | =<1.0 <041 | 3,790 | 3,640

Grey cast iron

(GG) 350 | =10 | <041 | 3,790 | 3,640
Below 300HB 400 | =07 | <04 | 3790 | 3,030
5 B4R ~200 | =15 | <041 | 3540 | 3,820

(FCD) 250 | =15 | <01 | 3,540 | 3,820

,j§33°°HB”%T JBN795| 300 | =1.0 | <01 | 3,540 | 3,400
odular cast iron

(GGG) 350 =1.0 <0.1 3,540 3,400

Below 300HB 400 =07 <041 3,540 2,830

£ EHLRS, ap: MARODYHAHRE, Ae: FEARAOUYLAHRE, N TRERRE, VS

DR YEE

£ : Overhung length, a@p: Axial depth of cut, @e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

wfEAEDEEEE
1) LEEOUIAIGEHE. #BRIES X U7 —2BIKICE CTREBIEEL,

2) VUYL RELEBAIT. UIAARSELTHBELYBECLTCESL, HHIVEEYEEEZTHFTERASEZEL,
3) BB NTRDEZEEE. FTURAARSEZECLTLESLD, RITNBIUVIETIFTHACESLY,
4) T7—J0—IC&YNY K THREDBZToOTLLELEN, I, IBMCTOF v ET A MITEYY K FREBISEE SN,
5) YPHW * -F1I &R MA 49—k (CBN) HRAICKS. N—FHLAEELEFMIEEERL L FINTOZEDEIEE L.

WEBHZ B Y DYIHIEHREZSBILZEIL (FEEQRI—K&KY)

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 Feed speed

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.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.




Ei
T

99

IR i
LM Vv TR

BARREL TOOL QM MA
MQTr S

MQT type %-

" Possible to adapt multi-machining machines such as multi-tasking machines.Lineded up high preC|S|on/

T 3EM I THEM A EO MW E TR NI ANE 48,

" machining with inclination is possible by 3 axis machine.

t S LIEILSH G AT EEA A APVDa—T 4 S HTE(JC8015) B LU,

" Cermet grade “CX75” for improving surface roughness.

__II'I‘.1

1ISIoN

Tuff Modular Heads System

High prec

ARREL TOOL

QAMI VI RADBRESA T EIATEYRTANSOoREMEL.

" SEAMIBEOESMIBICELRE, 1Y —MNMIH{ES 1Ty T,

fFETEIERRICKY S EEE I T AT HE, ‘
= IRZ—A Y —HMZkBDERENEHFBFE0~-0.03 ¥
(YPHWH.A > b — 3 FER) )

High precision QM Max MQT type improved balance of holder than conventional holders. A
H grade inserts.High efficient machining is possible by adapting malti-blades specification.

= Accuracy of tool dia. with master insert 0 ~ -0.03 2
(XPHWI/ T type inserts) :

AEZYAABER (5 VER/F24TLI10FvT,

Lineuped holders with cutting edge angle 3°. 5°. Complex shape

A Y — R EE—RMHSTYN—F . RTUL R,

EEER EATEELEY—AYMCXTE)ZNZ . SEEH -SEMIT AT
#$HPVDa—F 14 $1E(DH102) B MS 1> Fv T,

Adopted 3 grades: PVD coated grade “JC8015” for general & mold steel, stainless steel and cast\l‘ro .

And new PVD coated grade “DH102” for high speed machining in high hardened material.



tI8lfERE Cutting performance

Y/

DIJET

s

O ERHRG ERE)

@Tool life comparison (5°tilted wall)

Att . 486m Competitor A : 486m

P
0121 | #mEi4 - S50C TEE: ¢16x2N
Material : S50C Tool dia. : @16x2N
DIAIEH
01 || cutting conditions:
’ *Vc=603.2m/min  (N=12,000min"")
«fz=0.2mm/t (V{=4,800mm/min)
*ap=1.5mm, @e=0.12mm
0.08— A#orhy b, BHLES : {=60mm, T7 JA—
Down cut, Overhung length : £ =60mm, Air blow
-
0.06 ‘

= DIJET : MQTH
= A%t Competitor A

DIJET : MQT Type

0.04

SREITEESES (mm) Max. Flank wear

0.02

@ Surface roughness (After 486m machining) (Feed direction)

0 80 160 240 320 400 480
tIgl& (m) Cutting length
S
-
( O NI EEE(F486min T ) GEYAR) ) O HRATEESH(#9486mM T HF) GEYDEEH[)

@ Cuspheight (After 486m machining)

(Vertical direction of feed)

XPHT100308ZER-R Att
($1%8:JC8015) Competitor A
:JC8015) (PVDa—F5+1>%")
I %£Y7H Feed
==} & i
Photo of T T e AL
work
surface
MMI@E |z B
s | B LN
(@3 | A i Y N SV W
#EYAM|, AR AN e YW
Surface | | Yh/
roughness| ’
( ) 2 05 10 15 20 25 [mm) 00 05 10 15 20 25 [mm]
Feed
directtion | Ra=0.19um Rz=1.18um Ra=0.44uym Rz=2.02um
hﬂg&?ﬁﬁg 101.2min 101.2min
time

QMT v o X . MQTH#IFap (ZEwY) =1.5mmT%
MIBRFTHRTEESHES, BRELDEL,

[ mais . ssoc

IHIEE
TIEE: ¢16x2N Cutting conditions :
Material : S50C *Vc=603.2m/min (N=12,000min"")

Tool dia. : ¢ 16x2N .f=0 4mmirev (Vf=4,800mm/min)
*ap=1.5mm, ae=0.12mm
Fovhy b RELES . £=60mm
Down cut, Overhung length : £ =60mm

J

XPHT100308ZER-R Aft
(#4718 : JC8015) Competitor A (PVD)
(Grades : JC8015) (PVDa—F12%)
/
p) ik
H o i w
(£3)
=YD
EEAM o _ o
Surface - -
roughness
(QZN)
Vertical & A g
direction
of feed \\
HRATEE H=4pm hRTESE H=26um
Cusp height H=4pm Cusp height H=26pm
e R
#HEI# © S50C LIRS
TE#: ¢$16x2N  Cutting conditions :
Material : S50C +Vc=603.2m/min (N=12,000min"")
Tool dia. : ¢ 16%2N .f=0 4mmirev (Vf=4,800mm/min)
*ap=1.5mm, ae=0.12mm
oAy b BHLES . £=60mm
Down cut, Overhung length : £ =60mm
J




Ouick & Mini

New generation high feed mill

ERERQMTYHIR EDaT5—AYF

9—5>R7+E Through coolant hole MD
T T I
l | MD
lh_ -/
—F ,iiL, mE—
|
1k st % (mm) Dimensions xS BB & Parts
5 ° 7 * N _ Ak AW L > F (BI58)
ERife r & | AW clw 19—+ glajm/p sc?aw Nren(;Knot be :ncluded Fig
Inclination Cat. No. Stock|No- of ¢Dc| Lf |¢Db MD Applicable
angle 6° inserts inserts M /Qf
MQT-2016A00-M8 | ® 2 |16 | 23|14 (M8| 8| 12 * TSW-2556H
MQT-4020A00-M10| ® 4 120 | 30 (18 [M10| 9| 14 o 5 = TSW-2556H
0° MQT-5025A00-M12| @ 5 | 25|35 |225M12) 10 | 17 | & e(_c ,j“l_, DSW-2563H 1
MQT-6032A00-M16| ® 6 | 32 | 43 |29 M16| 12 | 22 'ﬁ ': Zl DSW-2563H
MQT-6035A00-M16| @ 6 | 35|43 |29 M16| 12 | 22 | Q x x DSW-2563H A-08
30 MQT-2016A03-M8 | @ 2 |16 | 23|14 (M8| 8| 12 ‘% =) g TSW-2556H
MQT-2020A03-M10| @ 2 |20 | 30 |18 |[M10| 9 | 14 : % — TSW-2556H 2
5° MQT-2016A05-M8 | @ 2 |16 | 23|14 (M8| 8| 12 e ; E TSW-2556H
MQT-2020A05-M10| @ 2 |20 | 30 |18 |[M10| 9 | 14 TSW-2556H

) KRS v — FMIEARATHY FE A, BIEREROHEZEL,
2. KRSV UFEEVY Ty TR UGBS EMHLER (MOLY) FRELTEYEEA (Bl5F) .

Vi A e 13~16R— ) SE- ey eee e 100~102~—

3.EVAT—AY FOBEEMI LY FPSE TSRS, (MBA A TITIEERAR/TF (DSH A T) OEREHELET. ) 95 TRUHE [#EFLY (N-m)
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY. 3. Please see page 5 for recommended Clamnisciew] R forqle
tightening torque. (When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.) Ez‘\’,"vgggg: H

Wi —F WLEERS

{E#IE 4t £ 17 FB For tiited wall finishing
(XPHW100308ZER-R) (XPHT100308ZER-R)
L

{8 1+ £ (A For finishing side face
(YPHW1003 * * ZER-15) (YPHW100308ZER-F)

[

(YPHW100308ZTR-F1)

"0 J:
+ &
O]
RE 3.0
(YPHW100303ZER-15)

/\

Kelil=w

3.0 s |
(YPHW100308ZER-F)

RE

RE AN gy
3.0 L.s | (For low feed machining)
(XPHT100308ZER-R) (YPHW100308ZER-15)
?Z@RZJTFE)OSST1EZJI:EZ-;_§iJ:HFH) (SFt:glrﬂd:err:;ilflii:ng?rlsgertto finishing) CBNA 5= can in/sert\
2L {ﬂg ’ AN
RE /\'AN RE 3.0 [T | '
(YPHW100308ZTR-F1)
BAT 5 B BE PVDP:\}D_CZ;{erdDO *z);r}n;yel; CBN | ~F % (mm) Dimensions
Type Cat. No. Tolerance! c8015/JC8050[JC8118] DH102] CxX75 [JBN795 L [ S [w1[RE] AN
EslEH EFE |XPHW100308ZER-R | H () ® ® 10.06/3.35| 6 | 0.8 | 11°
For tilted wall finishing XPHT100308ZER-R H () o 10.06/3.35| 6 | 0.8 | 11°
YPHW100303ZER-15| H () e ® 10.06/3.35| 6 | 0.3 | 11°
BIEH L 1T YPHW100308ZER-15| H () () 10.06/3.35| 6 | 0.8 | 11°
For finishing side face YPHW100308ZER-F H () 10.06/3.35| 6 | 0.8 | 11°
YPHW100308ZTR-F1| H ® (10.06/3.35| 6 | 0.8 | 11°
BHlY A ZPMT100304ZER-PL| M ® ® ® () 10.08/34 | 6 | 0.4 | 11°
(qjsﬁig;i‘lgfgﬁg:ﬁ) ZPMT100308ZER-PL| M ® ® ® () 10.08/34 | 6 | 0.8 | 11°
(From semi-finishing to finishing) | ZPMT100320ZER-PL| M ® ® e ® 10.08/34 | 6 | 2.0|11°

17 —Z10BAY TT, fz12L. #FBIBN7951F17—R1MBEAYTT, 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

[ @ : A—H—7[EM Standard stock items

© : ;EAEER Soon to be stocked

O : HEAZLGEYREFEE Soon to be deleted




// DIJET

(@) TOY LR EORERRESR

TYPE Definition of flute shape for programming
AEMAERKERE MQT-- - - A03/A05 Holder
Fig.1 XPHW/TH XPHWIT type Fig.2 YPHWH% YPHW type
A’fﬂiﬁ?’@ﬂﬁ o | EETRER A
an;éneca’ma“o” I APP'iCE;!?]lglén()chnation

R0.3~R0.8

&
T~ | | 2
' $Dc (RamzA) BDC (6°E D3 )

¢ Dc(Intersection of Ra) ¢ Dc(Interection with8)
XPHW/ TR E R D~ ik YPHWHSEFEF (ERIA - 3°. 5°) MDc &
Accuracy of tool dia. with master insert 0~ —0.03 Tool dia. with YPHW type inserts (Inclination angle : 3°, 5°)
fEFAAT8EE ST 3% (mm) Dimensions {H T BE l;{-rifer(mgqig:?s
fafiFHer e & , fafFHer e & :
Applicable Cat. No F@ Applicable Cat. No Hg
inclination T ®Dc Ra Rh inclination T ¢ Dc
angle 6° angle 6°
1°~6" [MQT-2016A03-M8 155 |R64.19| 8.76 1 3 MQT-2016A03-M8 16 2
3°'~8" |MQT-2016A05-M8 15.5 |R64.34 | 10.98 1 5° MQT-2016A05-M8 16 2
1°~6" [MQT-2020A03-M10| 19.5 |R63.34| 8.67 1 3 MQT-2020A03-M10 20 2
3°~8" |MQT-2020A05-M10| 19.5 |R63.46 | 10.85 1 5° MQT-2020A05-M10 20 2
FE 0° AAEMAK MQT-- - - A00 Holder
Fig.3 XPHW/TH# Fig.3 XPHW/T type
| ERAaEER fo°
i APP”Cablelirbclination
i angle6°
c g
z|&
XPHW/ TR fE B D~ i% YPHWHE AR (EE®E) DDc &
Accuracy of tool dia. with master insert 0~ —0.03 Tool dia. with YPHW type inserts (Inclination angle : 0°)
{E AT RE s 3% (mm) Dimensions {EFAaRE S{-ngégrgm\)s
fERIF06° e & : fERIF6° B & .
Applicable Cat. No Fig Applicable Cat. No Fig
inclination S ®Dc Ra Rh inclination T ¢Dc
angle 6° angle 6°
0°~3° [MQT-2016A00-M8 16 R63.27 | 5.48 3 0’ MQT-2016A00-M8 16 -
0°~3° [MQT-4020A00-M10{ 20 R64.29 | 5.48 3 0° MQT-4020A00-M10 20 =
0°~3" |MQT-5025A00-M12| 25 R63.26 | 5.48 3 0° MQT-5025A00-M12 25 -
0°~3° |[MQT-6032A00-M16| 32 R62.41 | 5.48 3 0° MQT-6032A00-M16 32 =
0°'~3° |MQT-6035A00-M16| 35 R62.16 | 5.48 3 0° MQT-6035A00-M16 35 -

E) LAY — FERKOHEAEDERICEYALBKRNRGY ES, EREFTSBILZSI,
2. TERRKOFMICDEFE L TIE, CADT—%4 (DXF/STEP) #IR#EW-LFEITOT., EREHRY A + [DJ-Search]
FYFHE— RSN, (BREQRaI—K&Y)
Note) 1. Shape of cutting edge is different depends on combination of inserts and holder. Please refer to the table above.
2. Regarding the detail of the tool shape, please download DXF/STEP file from “DJ-Search”.
Please scan the following QR code.




Ouick & Mini

New generation high feed mill

Lo}

EiEE LT XPHTIWH T 531 Y —MREYEIS &4

Recommended cutting conditions for 'XPHT/W-type inserts' (For tilted wall finishing)
BRERQMY Y IR EV1T-AY F/MATH + EE—# (EV215—~y FRA—IVBE Y I 7—N)

MQT and MSN type

K Hl 4+

Work materials

1>

ITE&®E (mm) Tool dia.

H— b

16

20 20

g

F#L No. of teeth 2N

F# No. of teeth 2N F# No. of teeth 4N

Grades
(mm)

de

(mm) | (mm)

(min™")

f
(mm/min)

dp de

(mm) | (mm)

de

(mm) (min") (mm/rLin) (mm) (mr‘%) (mm) | (min") (mm/rLin)

(S50C, S55C)
FE & 250HBLLF
Carbon steel
(C50, C55)
Below 250HB

Jcgo1s| ~99

=1.5/<0.12

12,000

4,800

~70 | =1.5/<0.12/9,600 |3,840 | ~70 | =1.5/<0.12/9,600 |7,680

XPHT#

A ey

=1.2/<0.10

9,000

3,600

70~100 =1.2|<0.10/7,200 |2,880 [70~100 =1.2<0.10|7,200 |5,760

80~105

=1.0/<0.10

7,200

2,880

100~130 =1.0/<0.10/5,760 |2,300 [100~130 =1.0 |<0.10|5,760 |4,600

(CX75) 105~160

=1.0/<0.10

6,000

2,400

130~200 =1.0/<0.10/4,800 |1,920 [130~200 =1.0|<0.10|4,800 |3,840

TEH
(SKD61, SKD11)
FE & 255HBLLTF
Die steel
(1.2344, 1.2379)
Below 255HB

Jcgo1s| ~9%

=1.5<0.12

10,000

4,000

~70 | =1.5/<0.12/8,000 |3,200 | ~70 | =1.5/<0.12|8,000 |6,400

XPHT#

55~80
(XPHW#

=1.2/<0.10

7,500

3,000

70~100 =1.2/<0.10/6,000 2,400 [70~100 =1.2 |<0.10|6,000 4,800

80~105

=1.0/<0.10

6,000

2,400

100~130 =1.0/<0.10/4,800 1,920 [100~130 =1.0 |<0.10|4,800 (3,840

(CX75) 105~160

=1.0/<0.10

5,000

2,000

130~200 =1.0/<0.10/4,000 |1,600 [130~200 =1.0 |<0.10|4,000 (3,200

T n— K4
(HPM7, PX5, P20),
1 £30-36HRC
Mold steel
(1.2311, P20)
30-36HRC

Jcso1s| ~9%

=1.2/<0.12

9,000

3,600

~70 | =1.2/<0.12/7,200 2,880 | ~70 | =1.2/<0.12|7,200 |5,760

XPHT#
XPHW

55~80

=1.0/<0.10

6,800

2,720

70~100 =1.0|<0.10/5,400 |2,160 [70~100 =1.0|<0.10|5,400 |4,320

80~105

=0.8/<0.10

5,400

2,160

100~130 =0.8<0.10/4,320 |1,730 [100~130 =0.8 |<0.10|4,320 |3,460

(DH102)105~160

=0.8/<0.10

4,500

1,800

130~200 =0.8|<0.10/3,600 |1,440 [130~200 =0.8 |<0.10|3,600 (2,880

TYNn— K4
(NAK80, HPM1, P21)
1# & 38-43HRC
Mold steel
(1.2311, P21)
38-43HRC

~55

=1.0/<0.12

8,000

3,200

~70 | =1.0/<0.12/6,400 |2,560 | ~70 | =1.0 <0.12/6,400 (5,120

DH102

XPHWi|95~80

=0.8/<0.10

6,000

2,400

70~100 =0.8|<0.10/4,800 1,920 [70~100| =0.8 |<0.10|4,800 (3,840

(Jc8015)80~109

=0.6/<0.10

4,800

1,920

100~130 =0.6<0.10/3,840 |1,540 [100~130 =0.6 |<0.10|3,840 |3,080

105~160

=0.6/<0.10

4,000

1,600

130~200 =0.6<0.10/3,200 |1,280 [130~200 =0.6 |<0.10|3,200 |2,560

AN
(SKD61, DAC, DHA)
1 £42-52HRC
Hardened die steel
(1.2344, 1.2379)
42-52HRC

~55

=1.0/<0.10

5,000

1,500

~70 | =1.0/<0.10/4,000 |1,200 | ~70 | =1.0<0.10|4,000 |2,400

DH102

XPHW#|55~80

=0.8/<0.08

3,750

1,130

70~100 =0.8|<0.08/3,000 | 900 [70~100| =0.8 |<0.08|3,000 |1,800

(Jc8015|80~105

=0.6/<0.08

3,000

900

100~130 =0.6|<0.08/2,400 | 720 [100~130 =0.6 |<0.08|2,400 |1,440

105~160

=0.6/<0.08

2,500

750

130~200 =0.6|<0.08/2,000 | 600 [130~200 =0.6 |<0.08|2,000 1,200

BEA AL
(SKD11, SLD, DC11)
7 &55-62HRC
Hardened die steel
(1.2344, 1.2379)
55-62HRC

~55

=1.0/<0.10

3,600

720

~70 | =1.0/<0.10/2,860 | 570 | ~70 | =1.0[<0.10|2,860 |1,140

DH102 |55~80

=0.8/<0.08

2,700

540

70~100 =0.8|<0.08/2,140 | 430 [70~100 =0.8<0.08|2,140 | 860

XPHWH(g0.~.105

=0.6/<0.08

2,160

430

100~130 =0.6<0.08/1,720 | 340 [100~130 =0.6 |<0.08|1,720 | 680

105~160

=0.6/<0.08

1,800

360

130~200 =0.6|<0.08/1,430 | 290 [130~200 =0.6 |<0.08/1,430 | 580

(Fc, FCD)
FE X 300HBLLTF
Grey & Nodular cast iron

(GG, GGG)

Below 300HB

Jcgo1s| ~99

=1.5/<0.12

12,000

6,000

~70 | =1.5/<0.12/9,600 4,800 | ~70 | =1.5/<0.12/9,600 9,600

XPHW#

e et

=1.2/<0.10

9,000

4,500

70~100 =1.2|<0.10/7,200 |3,600 [70~100 =1.2<0.10|7,200 |7,200

80~105

=1.0/<0.10

7,200

3,600

100~130 =1.0/<0.10/5,760 |2,880 [100~130 =1.0[<0.10|5,760 |5,760

(DH102 105~160

=1.0/<0.10

6,000

3,000

130~200 =1.0/<0.10/4,800 |2,400 [130~200 =1.0|<0.10|4,800 |4,800

ATFULRE
(SUS304)
FE X250HBLLT
Stainless steel
Below 250HB

~55

=1.2/<0.12

10,000

4,000

~70 | =1.2/<0.12/8,000 |3,200 | ~70 | =1.2<0.12|8,000 |6,400

JC8015
XPHTH

55~80

=1.0/<0.10

7,500

3,000

70~100 =1.0/<0.10/6,000 2,400 [70~100 =1.0 |<0.10|6,000 4,800

(XPHW#)[{80~105

=0.8/<0.10

6,000

2,400

100~130 =0.8|<0.10/4,800 1,920 [100~130 =0.8 |<0.10|4,800 (3,840

105~160

=0.8/<0.10

5,000

2,000

130~200 =0.8|<0.10/4,000 1,600 [130~200 =0.8 |<0.10|4,000 (3,200

L RHLRE, ap: MARDYAARE, Qe:

FREAROYLAHFRS, N TEREEGERE, Vi &Y EE

£ : Overhung length, a@p: Axial depth of cut, @e: Radial depth of cut, N : Spindle speed, Vf: Feed speed

HRHRTES : XPHT/W f Theoretical cusp hi

FERAEDEESE
1) LROVBIEHE. BRSSO —IBIECS CTHRECEEW,
2) VUYL EELBAIE, apsiVaez LRBIELY R LTLEEL,

3) I7—JO—IT& YUY K FTHREMEETo>TLEEL,

4) YPHW * -15/-F/-F1 fiz §5 & U8 ZPMT % -PL B H LR A > — b EFADIZEYIEI
ZHIE 61-67 XR— (ZPMT * -PL #2) (68-86 X— 2 (YPHW * -15/-F %) |

92-96 R— T (YPHW * -F1 f2) £ BB &L,

NOTE
1) The parameter to be adjusted according to the machine rigidity or worl regidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap

and Pick feed ae.

3) Use air blow.
4) Please see the below page for the cutting conditions table in case of using

Wnin | s | e
(um) (um)
0.50 0.5 3.35 1.3
0.71 0.6 3.89 1.4
0.97 0.7 4.46 1.5
1.27 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0

YPHW * -15/-F/-F1 or ZPMT * -PL type insert.

* page 51-57 (ZPMT * -PL type) - page 58-76 (YPHW * -15/-F)
- page 82—-86 (YPHW * -F1)



EiEE LT XPHT/IWH T 531 S —MREGEI G4

Recommended cutting conditions for 'XPHT/W-type inserts' (For tilted wall finishing)

SRERQMY v IR EVa1T5—~Ay F/MQTH + BE—H (E¥a15—~y FRAA—ILBES Yy T7—N)

MQT and MSN type

Ao TEZE (mm) Tool dia.
R HI# H—F+ 25 32/35
Work materials | #{%& F# No. of teeth 5N F#4 No. of teeth 6N
Grades|  (m) (mim) ) (mint) | (mvmin) | (m) e e (min') | (mnmin)
(ssg)_%:ifgsc) Jc8015 ~90 <15 | <012 | 7640 | 7640 | ~120 | <15 | <012 | 5460 | 6,550
58 X 250HBLLF &;’:VTV’;\ 90~125| =12 | <010 | 5730 | 5730 [120~175 <12 | <0.10 | 4,100 | 4,920
%grgg”gég‘;' x5 125~160| <1.0 | <0.10 | 4,580 | 4,580 [175~225 <1.0 | <0.10 | 3,280 | 3,940
Below 250HB 160~250| <1.0 | <0.10 | 3,820 | 3,820 [225~320] =<1.0 | <0.10 | 2,730 | 3,280
TEH ~90 <15 | <012 | 6,400 | 6400 | ~120 | <15 | <0.12 | 4,550 | 5,460
(SKD61, SKD11) i%ﬁ%s
S 255HBULT || 90125 | =12 | <010 | 4,800 | 4800 |120~175 <12 | <0.10 | 3410 | 4,090
(11225 ?ﬁff;gw) x5, 125~160, =1.0 | <0.10 | 3,840 | 3,840 [175~225 =1.0 | <0.10 | 2,730 | 3,280
Below 255HB 160~250| <1.0 | <0.10 | 3,200 | 3,200 [225~320] =<1.0 | <0.10 | 2,280 | 2,740
TUN—EU|ce015  ~90 <12 | <012 | 5730 | 5730 | ~120 | <12 | <0.12 | 4,090 | 4,910
ﬁg“;g;_’ﬁg:;%” &E:\M\ 90~125| =1.0 | <0.10 | 4,300 | 4,300 [120~175 =1.0 | <0.10 | 3,070 | 3,680
(1@?1?;2'0) (DHm; 125~160| =<0.8 | <0.10 | 3,440 | 3,440 [175~225 =08 | <0.10 | 2450 | 2,940
30-36HRC 160~250| <0.8 | <0.10 | 2,870 | 2,870 |225~320] =<0.8 | <0.10 | 2,050 | 2,460
Fn— K4 ~90 <10 | <012 | 5100 | 5100 | ~120 | <10 | <012 | 3,640 | 4,370
el XPtR| 90~125| <08 | <0.10 | 3830 | 3830 |120~175 =08 | <010 | 2,730 | 3280
(1@;’1?;3'1) (cso1s)|125~160] =<0.6 | <0.10 | 3,060 | 3,060 |175~225 <0.6 | <0.10 | 2,180 | 2,620
38-43HRC 160~250| <06 | <0.10 | 2,550 | 2,550 |[225~320] <0.6 | <0.10 | 1,820 | 2,180
HEANIE ~90 <10 | <010 | 3,180 | 2,380 | ~120 | =<1.0 | <0.10 | 2,280 | 2,050
‘%;?kﬁé%ﬁ@ fp'm;f 90~125| <08 | <0.08 | 2,380 | 1,780 |120~175 <0.8 | <0.08 | 1,710 | 1,540
za_fzdgzzf’ 1d'g 33;65)' (cso1s)| 125~160] =<0.6 | <0.08 | 1910 | 1430 |175~225 =<0.6 | <0.08 | 1370 | 1,230
42-52HRC 160~250| <0.6 | <0.08 | 1,590 | 1,190 |225~320] =<0.6 | <0.08 | 1,140 | 1,030
BEANS ~90 <15 | <010 | 2,300 | 1,450 | ~120 | <1.0 | <0.10 | 1,640 980
‘2;@;5_;%3&2’ DH102|90~125| <08 | <0.08 | 1,720 860 [120~175| =<0.8 | <0.08 | 1,230 740
aagigﬁd §"§§t76§)' XPHWH#|125~160| =<0.6 | <0.08 | 1,380 690 |175~225 <06 | <0.08 980 590
55-62HRC 160~250| =<0.6 | <0.08 | 1,150 580 [225~320| =<0.6 | <0.08 820 490
% Jcso15|  ~90 <15 | <012 | 7,640 | 9550 | ~120 | <15 | <012 | 5460 | 8,190
raaheD XPHWE| 90~ 125| <12 | <010 | 6730 | 7,160 [120~175 =12 | <0.10 | 4100 | 6,150
Gfﬁgéggdue'aggt)imn(DHm; 125~160| =<1.0 | <0.10 | 4,580 | 5720 [175~225 <=<1.0 | <0.10 | 3,280 | 4,920
Below 300HB 160~250| <1.0 | <0.10 | 3,820 | 4,780 [225~320] =<1.0 | <0.10 | 2,730 | 4,100
252 LR ~90 <12 | <012 | 6,400 | 6400 | ~120 | <12 | <0.12 | 4,550 | 5,460
(SUS304) [JC8015| gp~125 | <1.0 | <0.10 | 4,800 | 4,800 [120~175 =<1.0 | <0.10 | 3,410 | 4,090
& &250HBLLT | XPHTH
Stainless steel (XPHWE]125~160| =<0.8 | <0.10 | 3,840 | 3,840 [175~225 =<0.8 | <0.10 | 2,730 | 3,280
EElen ZaUiAlE 160~250| <0.8 | <0.10 | 3,200 | 3,200 [225~320] =<0.8 | <0.10 | 2,280 | 2,740

0 RBHELERSE, ap: MARDUHAHES, ae: FEFRADOYAHFFES, N TEEEGEE, Vi XY RE
£ : Overhung length, ap: Axial depth of cut, ae : Radial depth of cut, N : Spindle speed, Vf: Feed speed

HRHRATEE 1 XPHT/W 4 Theoretical cusp hi

e | 2 s | e
(um) (um)
0.50 0.5 3.35 1.3
0.71 0.6 3.89 1.4
0.97 0.7 4.46 1.5
1.27 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0

FEREDIEEIA

1) LROVBIEEE. BRSO —IBIECS CTHREC LS,
2) VUYL EELBARIF., apbiVaez LREIELY LR LTLEEL,

3) I7—JA—IT& YUK THREMEEZTo TS,

4) YPHW * -15/-F/-F1 fiz §5 & U8 ZPMT % -PL B H LR A > — HEFADIZEYIHEI
EH1E 61-67 XR— (ZPMT * -PL ) .68-86 X— 2 (YPHW * -15/-F %) |
92-96 R— T (YPHW * -F1 f2) £ BB &L,

NOTE

1) The parameter to be adjusted according to the machine rigidity or worl regidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap

and Pick feed ae.

3) Use air blow.

4) Please see the below page for the cutting conditions table in case of using
YPHW * -15/-F/-F1 or ZPMT * -PL type insert.
* page 51-57 (ZPMT * -PL type) * page 58-76 (YPHW * -15/-F)
- page 82—-86 (YPHW * -F1)

0
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OIS TDREL BEMEICLZT AICTERLLEET V. X REFERFLPRENN—ZEALIES 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.

OTEMHRIF . WRDIHDFERKEET BN HET, Specification shall be changed without notice.
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