PRODUCT A oreT

NEWS
_No.501_

for high feed machining with 4corners.
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“SKS-G I ” SKG / MSG type, innovative high feed cutter
achieved extremely excellent chip removal rate!
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“SKS-G II” SKG / MSG type, innovative high feed cutter achieved extremely excellent chip removal rate!

(Features 1)
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Applicable to deep cutting of mold material or high feed machine
aircraft parts that made of titanium alloy & stainless steel.
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Adopted economical 4 corners positive insert,
achieved stable high feed machining.
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Large @p machining is possible. (Max.ap=1.5mm in case of using insert SPN\WW10-type &
Max.a@p=2.5mm in case of using SPNW14-type insert)
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Two types inserts with chipbreaker are available ‘ H } EMINIAPMIL—7

(for hard-to-cut material or mold material).

Due to low cutting force geometry insert,

stable machining in mold material is possible

even in case of using low power machine or long overhung tool.
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3insert grades “JC8118", “JC8050" & “JC7550"

can be widely applied from general & mold steel

to hard-to-cut materials such as high hardened die steel,
titanium alloy & stainless steel.

® (Y5 — A TEERTE Application
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Large chip pocket achieved excellent chip removal.



SKS-GII

] ) 1 & _ Ut & ENHEIT Y%oiRk.
Cutting performance Mt &UA DD 5%
7% reduction from competitor U,

0 t)J ﬁu;&?ﬁtbiﬁ (N) 5% reduction from competitor M

Cutting force E B X GEYHA Feod force)
comparison 7,000 - ° —0 [y (iﬁﬁ Main force)
6,000 I Z (84577 Backforce)
77 (Resultant force)
5,000 —
4,000 — /ﬁﬁﬂﬂ :NAK80 R
! Material P21
3,000 — O@IER: ¢63mm
Tool dia.
2,000 — A Y — MEE InsertNo.
’ SPNW100415ZTR (JC8118)
1,000 | OLJHIR M
Cutting conditions -
Vc=80m/min, fz=1.5mm/t,

- ap=1.5mm, ae=40mm,
CSKS ?I.E'I(¢63)) C Corrll\get?t%r M ) C Conget*i-;lt:)r u ) 554, g)'jr:/cttw ~
o o /

Q HFnlt&

Tool life comparison

@ TFU—=hELAL Y —B Insert without chipbreaker

Mkt 3. 2. Uttt 1.81Z
WA GER S (Ba—FEEYhv A B
1.21E0FG TV 7&K

SKS-G Il achieved 3.2 times longer tool life compared
with competitor M, 1.8 times longer compared

with competitor U, and 1.2 times longer compared
with conventional tool.

£
= , -
£ g*ilﬁ*nn
g Conventional tool ™
g #EI#: 7Y N—F 8 (32HRC)
[} Material: P20
o OI=E: ¢63mm
i Tool dia.
(A Y — RFZE Insert No. -
g “®- SKS-GI(DIJET) SPNW100415ZTR (JC8118)
ﬁ 4 M#t Competitor M
* U#t Competitor U .gtﬁgiﬁditiuns'
WHHERSR(33—F) _ S
- Cunventiungl\:B corner) VC:1 50m/m|n,_lz—1 mm/t,
ap=1.5mm, ae=37.5mm,

I777'0— Airblow ,

70 80 %0 F'OUAY S Downcut,
o *EFHHEEE  Ve=0.5mm TNIZTHIL Test by one insert
ﬂjﬁ']ﬁ (m) cutting lengtn Criterion of tool life \_ J

@ FU—=h{FEAL Y =B Insert with chipbreaker

M 2fE. IR 2. 7{ED
BERTYTEER.

Competitor J

§ 84m§RH) SKS-G Il achieved 2 times longer tool life compared
= Chipping with competitor M, and 2.7 times longer compared
& - with competitor J.
é Competitor M g
— 12ma@n)
£ Breakage
£ R
el #EI#: PX5 (P20)
m Material: P20
i OTEME: ¢63mm
IE Tool dia.
H @ SKS-GI(DIJET) (A 5 — NEE Insert No. -
® SPMT140520ZPTR-PM (JC8118) SPMT140520ZPTR-PM(JC8118)
.|'§ @ Mitc itor M [ DIETESE .
Jtt c titor J Cutting conditions =
it Ve=140m/min, fz=1.8mm/t,
ap=2.0mm, ae=37.5mm,
0 4 1224364860 7284 96 108 120 132 144 156 168 180 192 204 216 228 L7 70— Airblow ,
SO UHY b Downcut,
. FHHERE : Ve=0.5mm TNIZTHDI Test by one insert
ﬂJ!'I! (m) Liingienct Criterion of tool life \ /




// DIJET

%E‘n*ﬂ%% Line up

QR7IALTTSALRA(SKG-109 1)
Facemill type (Insert 10-type) @7 —S VNIt E

Through coolant hole

Lf

QAIE Body

TSW-3509H

63 | 50 48 |27 20 [ 124 | 7 22 |M12X1.75x30% AERAEEILL 0.5

[ ] 4 50 | 50 40 |22225| 14 84 | 5 20 |M10X1.5x35% |RARMEANIGE)| 0.3
Head cap screw
i b X1.5X i b
[ ] 5 50 | 50 40 |22225| 14 84 | 5 20 |M10x1.5x35% (Slim head) 0.3 SPNWA 0%
SPET10%%
[ ] 5 63 | 50 48 |22225| 17 84| 5 20 |M10 AAERAEAIL 0.5 SPMT10%%
® | 6 | 63|50 | 48 |22205( 17 | 84| 5 | 20 |m0 WISEH) | o5
Head cap screw
[ ] 6 80 | 70 65 3175 | 26 127 | 8 32 |M16 (JIS Standard) 1.2
[ 4 50 | 50 40 |22 14 104 | 63 20 |M10X1.5x35% |RARMEANIGE)| 0.3
Head cap screw
o 5 50 | 50 40 |22 14 104 | 6.3 20 [M10x1.5x35% (Slim head) 0.3
e 5 52 | 50 40 |22 16.6| 104 | 6.3 20 |M10 0.3 &
[ J 5 63 | 50 48 |22 17 104 | 6.3 20 |M10 0.5
([ J 5
[ J 6
[ J 6
AY 6
6

63| 50 | 48 (22 |17 |104| 63 | 20 |M10 eatoaremen | 05 |
63| 50 | 48 |27 | 20 |124 | 7 | 22 |Mi2x1.75x30%| VSstdrd | g5
66 | 50 | 50 (27 | 20 |124| 7 | 22 |M12x175x30% 06
A-15T
° 80 | 50 | 60 |27 |20 |124 |7 | 22 |M12x1.75x30% 09

@ X—A—FEEER Standard stock items
YeBNEWZ U5 (HA 108~ 2BRIFZRE) Stock in Europe. (14 days delivery upon ordering)

). AEICA VY —MIBAATHFE Ao
2. *EQF YA IEEDSH. 7 — Ny MRILMNERBLTHVET . ZOMICDOEXLTIE. 7—NFFOMBRILNE ERLEE L.
3. 7=/ MRILM1 0X 1.5 3513 QUIBEBEN G 1 30NES 1 FTT, TSW-3509H 3.0
Note) 1. All cutters are supplied without inserts.
2. % mark shows: these cutter body are equipped with the set bolt because of the specified bolt size. Except for these cutter body, please use the set bolt equipped with arbor.
3. Set bolt (M10x1.5x35) is slim head type with ¢13 head dia.

4 N
G:-Body,

M EVE (CEN S+ REOGNUEICKY  REES65HRCLL EEFEEN DAEF IR ST AFMHMAMS LU TEHH
ZHERBH30% L L7y T BRI TRFICORNZEFRBLE T, SBICHIUK T DBE. EOREZIH T 2RO HIF T,

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert pocket and holder against thermal
deformation, improved body durability and tool life by 30% or more. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding
effectis much improved.

- /




SKS-GII

Line

QEJ1S—AYRIALTF(MSG-109 1)
Modular head type (Insert 10-type)
@J—SVRIUTE

G—B@dy Through coolant hole

MD

®Dc

Q AKX Body Lf

e | P st (mm) Dimensions iim,lf/,,ﬁl_l\ EBSh Parts
Cat. No. Stock [No. of [ApIEELE 972710 LT
inserts| ®De | Lt | oDb | MD )\ C | W inserts Clamp screw Wrench
MSG-2025-10-M12 [ ) 2 25 35 23 |[M12 | 11 19
MSG-3032-10-M16 [ ] 3 32 43 28 |M16 | 12 22 SPNW10s
@Msc-3035-10M16 | O | 3 | 35 | 43 | 30 |M16| 14 | 26 | SPET1O0%* | TSW-3500H A15
SPMT10%:%
MSG-4040-10-M16 [ ] 4 40 43 32 |M16 | 14 26
MSG-4042-10-M16 bAq 4 42 43 32 |M16 | 14 26
@: A—A—7E[ER Standard stock items
O5EBTERES Soon to be stocked I TRl HESERILT (N+m)
B EZ B 6 (E 108 ~2iBRIA2RE) Stock in Europe. (14 days delivery upon ordering) C|amp screw Recommended torque
) 1. AMEICA VY —NIHBAATHIFE Ao
2. E&“Ji-’\‘yﬁﬂ)}&ﬁﬁﬁiﬂ\)bﬂl&P]77&3‘!«3?.‘.5\(@“&L\0 . TSW-3509H 3.0
3. MSG-4040/4042-10-M16[FTEE—HAN — 7 — NI A TEDEHFED B EHRVLET,

Note) 1. All cutters are supplied without inserts.
2. Please see page17 for recommended tightening torque.
3. In case of using MSG-4040/4042-10-M16, recommend combining with MSN carbide shank straight arbor type.

Q541 U —N (SKG-108 KU'MSG-109 1 TH)
Insert 10-type

Fig.2 SPET100415ZPER-SM
| —

lj« o4

4.46

=
X )
s JC8050 JC8118

PVDO—7 2% PVD Coated
i3 4 Fig.
Cat. No. Tolerance JC7550 | JC8050 | JC8118
SPNW100415ZTR N () () 1
SPET100415ZPER-SM E () 2
SPMT100415ZPER-SM M () 3
@ sPmT1004152PTRPM M (©) (©) 4

@: A—H—TEEEER Standard stockitems  O:IEITEEESS Soon to be stocked
17— 10BAJTY . 10inserts per case



Q MHE—R (Evis—~vrAF—LBBES vV IT7— 1)
MSN Carbide shank arbor )

| v 54 End mill shank type e
-3V I\T“\ﬁi Through coolant hole .T%'ﬁn%i][lI For high productivity

¢D2: I—SUhIE
Coolant hole dia

¢Ds h6
9Ds h6

// DIJET

BWANLU—R7—/INI A Straight arbor type
.Q—EVF/HQ{TJ:&’ Through coolant hole ‘%§E$DDI For high productivity

o -

ee— ad

g ¢D2: I—SVhTUE Coolant hole dia
PRI

¥ £ ~Fi% (mm) Dimensions 28(e) = W& i ~ti% (mm) Dimensions EEke)
Cat. No. Stock|gDs| 21 | L |#D1|6n° | MD | ¢D2 |Weight . Cat. No. Stock|  ¢Ds L MD oD2 | Weight
MSN-M12-25-S25C | @ | 25 | 25| 90|24 | - 053] 1 MSN-M12-185S-S23C | @ oz 185 | s 5 | 098
MSN-M12-55-S25C | @ | 25 | 55[120|24 | - 072] 1 MSN-M12-265S-523C | @ 265 1.42
MSN-M12-100T-S32C | @ | 32 /100|180 235 2° 161] 2 MSN-M12-185S-524C | @ 185 1.07
MSN-M12-105-S25C | @ | 25 [105[170|24 | - |mi2| 6 [1.03] 1 MSN-M12-2655-524C | ® | 2+ | 265 | M2 6 1.54
MSN-M12-135-S25C | @ | 25 |135|215|24 | - 130 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-155-S25C | @ | 25 |155(220|24 | - 1.34] 1 MSN-M12-215S-S25C | @ | 25 | 215 | Mi2 6 1.36
MSN-M12-200-S25C | @ | 25 200|265 |24 | - 158 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M16-25-S32C | @ | 32 | 25] 9029 | - 085| 1 MSN-M16-160S-528C | @ 160 1.22
MSN-M16-55-S32C | @ | 32 | 55(120|29 | - 1.13] 1 MSN-M16-230S-S28C | @ | 28 | 230 | M16 8 1.77
MSN-M16-77-S32C | @ | 32| 77[157|29 | - 147 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M16-97-S32C | @ | 32| 97[177|29 | - 164] 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M16-105-S32C | @ | 32 [105[170|29 | - 159 1 MSN-M16-217S-S32C | @ 217 2.22
MSN-M16-117T-S32C | @ | 32 |117[197 |29 |0°38’ 1.88| 2 MSN-M16-2875-532C | ® | 2 | 287 | M€ 8 [ooa
MSN-M16-127-532C | @ | 32 [127]207 |29 | - 189 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-127T-S32C | @ | 32 | 127|207 |29 |0°30|M16| 8 |223| 2 @:X—H—TEBE, Standard stock tems
MSN-M16-155-S32C | @ | 32 [155(220(29 | - 204| 1 L{Lﬁi;j;;‘;gf?ﬁﬁfgmﬁ{3;;éﬁgzﬁfﬁ“ﬁ“
MSN-M16-177-S32C | @ | 32 [177]257 |29 | - 232] 1
MSN-M16-177T-S32C | @ | 32 [177]257 |29 o235 278] 2 (B w517 (BT /S 54 7]
MSN-M16-195-S32C | @ | 32 |195/260|29 | - 240 1 BTEBENS
MSN-M16-197T-532C | @ | 32 [197|277|29 023’ 300| 2 A i
MSN-M16-225-S32C | @ | 32 |225(290|29 | - 257| 1
MSN-M16-245-S32C | @ | 32 [245[310|29 | - 274] 1
MSN-M16-295-S32C | @ | 32 |295/360|29 | - 317 1

@ A—H—FERER Standard stock items
) BEVAS—AYROERMBMIFNLIB17R—I TSRV

Note) Please see page 17 for recommended tightening torque.

Q 1BEl G-Body (25— AvrRERF—Lovvo7—1)

MGN G-Body steel shank holder
.%M'J'TSED"DHHRﬁl:{EﬂéG-Body @v3—h9147

OEHURTHAEVIITPRNMIEDOLIY < FlEdH ZH T LD TRIBXRICISE,

JRAMNT# =TV RICHENTEREG-Body (RF =LY+ ) BHERWVLE T, o

$D2: T—T/RJURE  coolanthole dia

@Adopted ultra-rigid and improved body durability "G-Body". o7

@Short type - - _ 5

@Cost-effective and high strength steel shank holder. v ‘ é

21 |
SR .3a~ . L
BIVRIIVIvITIAT Endmil shanktype |
.7—57#7‘?1@3 Through coolant hole %5 geac e N U R Ei(kg)
Cat. No. Stock|¢Ds| g1 | L [eD1|6n° |MD |eD2| Weight

G-Body; MGN-M12-35-525 | @ | 25| 35105/ 24 | — |M12| 4 | 036
MGN-M12-85-S25 @ 25|85(165|24 | — M12| 4 0.57
MGN-M16-37-S32 @ (32| 3710729 | — [M16| 6 0.56
MGN-M16-77-S32 @ (32| 7715729 | — |[M16| 6 0.83

@ A—H—FEEEGD Standard stock items
) 1. EY2S5—AYRETREG-BodyfBHE D BEFDEIHIRME, 13— I DIBEHIRURZE ZDFFEAIEE N

2. EVaS—AYROBERHHFIMLIE17R—IZTSRIEE N
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 13)
2. Please see page 17 for recommended tightening torque.
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RmilE

Line up

QRFPIALTTSALA(SKG-14947)

Facemill type (Insert 14-type)

G-Body,

0 XV Body

®fig.1 T—S VN

Through coolant hole

(v 9EPDc=¢100)
¢Db
¢d
a
} |
i

®fig.2 7—SVRREL

Without coolant hole

(Hw9EPDczp125)
@Db
@d
a

Lf

¢Dc

RERFERI
° M10x15x35k | (1B | 03 | 1
Head cap screw
(Slim head)
SPNW14:#3k
o 4 63 50 48 |22225| 17 8.4 5 |20 M10 ABRHERN 0.5 1 SPMT14%%
® | 5 | 8| 70 | 653175 | 26 |127| 8 |32 |Mi6 UISEE) | g1 |
Head cap screw
[ ) 6 100 70 70 [31.75 | 26 12.7 8 |32 M16 (JIS standard) | 1.8 1
[ ] 6 125 | 63 | 100 |38.1 60 | 159 | 10 |38 M20 7A7-1"\A| 2.8 2
972 TRk
® 7 | 160 | 63 | 100 (508 | 85 |19 | 11 |38 |M24 Clmpbokt | 34 | 2
® | 4 | 50| 50 | 40 |22 96| 104 | 6.3|19.05|M10x15x35% *ﬁ’(ﬁ)]ff{g)’ﬁ“ 03 | 1 &
Head cap screw -
! ! ! X1.5X ; !
bie 4 52 50 42 |22 17 104 6.3 [19.05 |M10x1.5X35% [Siim head 0.3 1 CSW.513H
[ ] 4 63 | 50 48 |22 17 | 104 | 6.3|20 M10 0.5 1
® | 4 | 63| 50 | 48 |27 20 124 7 |22 |MI2X1.75X35K . gupry| 05 | 1
% | 5 | 66| 50 | 50 |27 | 20 |124 | 7 |22 |mi2xt7oxask| YSEE | o5 | )
Head cap screw S
() 5 80 | 50 | 60 |27 37 | 124 | 7 |22  |M12x1.75x35%| WISStandard) | 0.8 | 1
A-20
[ ] 6 100 63 70 |32 45 14.4 8 |25 M16 1.6 1
@: X—A—TEEES Standard stock items
YeENEWE 5 (HEA 108 ~23BRIF2RE) Stockin Europe. (14 days delivery upon ordering)
) 1. AEICA VP —NHBAA THIE R Ao
2. XENFH A RIEEDS, 7 — Ny MRILNERBLTBYET, ZOMICDEFELTIE. 7 — NS GORBRILNE S EREE V.
3. 7—/NE Y NRILNM10X1.5X35[3 QTR EN ¢ 130D/\EI 1 FTT CSW-513H 55

Note) 1. All cutters are supplied without inserts.

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

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




// DIJET

Q xti5A VY —N(SKG-149 1 7H)

Insert 14-type

_—

Fig.1 SPNW140515ZTR Fig.2 SPMT140520ZPER-SM Fig.3 SPMT140520ZPTR-PM

oIEl
s

© 7 ]co_
3 \N ik
— 4
R2 e, &
13.7 556 13

Jc818

PVDa—71>% PVD Coated
23 1B Fie.
Cat. No. Tolerance | yCc7550 | JC8050 | JC8118
SPNW140515ZTR N ° ° 1
@ sPMT140520ZPER-SM M ¢ 2
@ SPMT140520ZPTR-PM M © © 3
@ A—H—TEEER Standard stockitems  OFTETEEESR Soon to be stocked

17— 10BANTY,

10 inserts per case.
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I"] I $ ﬁ“ Cutting data

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

ggtl:‘l LRSE Overhung length : 130mm
%_I%_%%DDI\ %‘ﬁ'ﬂ b Contouring & slotting

TR 1 BEDYIL < T HRHE(Q=1261/min)%Z
AL M TSIt 3.7 (2 D 3BRI405 1 5 — K
10—F 19— T5 T BGERE).

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

ZF5 Partname TZ2F & Plastic mold
O TATAL Work #HI#1 Material TYN—R4(P201H) Mold steel (1.2311)
HEX Hardness 32-34HRC
5% Tool No. MSG-3032-10-M16
T8 Tool
A2~ nsertlo|  SPNW100415ZTR (JC8118)
. \ n in'
BT, THLEE Loy
BETHEEEE | oy 201 (m/min)
SOEE % 6,300 (mm/min)
£ Feedspeed ) f 1.1 (mm/D)
Cutting conditions
ap 0.8 (mm)
ae 25 (mm)

9—2>b Coolant

I7770— Airblow

{EFAREM Machine

ALFMC Vertical MC

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

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

RIT#HRD1.2E0)) < FHEHE (Q=330cn/min)
ZERB LU I—FHVHBRENITE .

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

25 Partname TS2F & Plastic mold
FWANT AR Work I Material | 71J/N\—K> 48 (P2048) Mold steel (1.2738)
& Hardness 36HRC
5 Tool No. SKG-6080R-14-27
T & Tool
{2~ nsertho|  SPNW140515ZTR (JC8118)
]
s s =0 iy
Cutting speed Ve 140 (m/min)
S % 4,000 (mm/min)
ESes HCLLIRRLL fz 1.2 (mm/t)
Cutting conditions
ap 1.5 (mm)
e 55 (mm)

9—7>b Coolant

I7778— Airblow

(R Machine

ILFMC Vertical MC

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

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

B R ZBE LT ANE— NI T,

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

%R Part name T AME—Z Test piece
AT AT work #HIAE Material Ti-6AI-4V
TEX Hardness 50HRC
F5& Tool No. MSG-3032-10-M16
T2 Tool
A > —bH53E InsertNo.| SPET100415ZPER-SM (JC7550)
_ n in'
B, S i)
Cutting speed Ve 60 (m/min)
S % 1,075 (mm/min)
E3e LLIERLLY fz 0.6 (mm/1)
Cutting conditions
ap 1 (mm)
ae 12.8 (mm)

J—Z>h Coolant

WK (PIEB#GIH) Wet (internal)

{EFEM Machine

ILFMC Vertical MC
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0035 AﬂEE‘ZJ:@ J1— j’ﬁqu@% Definition of corner shape for programming

BSPNW100415ZTREEA VB —k BSPE(M)T100415ZPER-SMF,
SPNW100415ZTR type inserts SPMT100415ZPTR-PM A —b

SPE(M)T100415ZPER-SM or SPMT100415ZPTR-PM type inserts

3“,4&.

Over &L)d
707543 _ 7\M s ZO75LITFR ]M
orner radius programming ax. ap— . orner radius for\programming _
) 7 wuBLE '\& ) Max. ap=1.0
HIWZUE W\‘%
Remains \%
W=7.6 W=7.5
R2.5 0.99 R2.5 (£ Standard) 0 0.77
R3.0(FA standard) 0 0.84 R3.0 0.09 0.68
R3.5 0.09 0.71 R3.5 0.25 0.60
R4.0 0.23 0.59 R4.0 0.43 0.52
BSPNW140515ZTREA V5 —k BSPMT140520ZPER-SM#Z,
SPNW140515ZTR type inserts SPMT140520ZPTR-PMHA > —k

SPMT140520ZPER-SM or SPMT140520ZPTR-PM type inserts

),
m Ove,%é[‘. d
7075 L3—FR ver &'
Corner radius for pro ramming _
M Corner radius for programming
BIWELE
BIUELE Remains

Remains

Max. ap=1.8

W=10.8
R3.5 0 1.60 R3.5(#7 Standard) 0 1.35
R4.0(F7A Standard) 0 1.46 R4.0 0.02 1.25
R4.5 0.06 1.32 R4.5 0.14 1.12
R5.0 017 1.19 R5.0 0.29 1.05

10



SKS-GII

O774 VI IERDFEEIE Attention for profile milling

ayEyy‘m]I Ramping ,\UjJ}bm]I Helical interpolation @V—)L/NADEH 532 Calculation of tool pass dia.
. odc = oDh — oDc

W—)LINRE VAXES TER®
Tool pass dia. Bore dia. Tool dia.

/ O ELUDIARRS HEATIAB RS A
ﬁ\ N BRBEOESICLTREW,
- |

| \ Depth of cut per one circuit should not exceed
_ max. depth of cut ap

Tool dia.

y @V—)LNADEERAMEIFST IV HYNIIED KD
— RESSEWICLTLRE W,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

TE&¢Dc

OZVEYT ANURIVIITEFFE REZFETHIRAFRD70%U T TINIL TS,

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

BSPNW100415ZTR / SPNW140515ZTRFEEA U —hMDIHFE  SPNW100415ZTR / SPNW140515ZTR type inserts

2 EJ NI Ramping AYFHIVRBIFHIT Helical interpolation
p RAYIA = 4 R
W& Tag | EENT | BEOAA T simn [ sxonssa A o s
Tool dia. E &y 0 (%) IEx: AR FRAAE
Cat. No. Eff. Cutting dia. Max. depth < = AT EFOFIEIRS:L (mm) Min. bore dia. Max. bore dia.
(mm) (i of G ) M::.glr:mging Total ct:\;lting;ength at Dh min (mm) Dh max (mm)
ax. dp
MSG-2025-10 25 9.8 1.5 1° 85.9 36 48
MSG-3032-10 32 16.8 1.5 1° 85.9 50 62
MSG-3035-10 35 19.8 1.5 1° 85.9 56 70
MSG-4040-10 40 24.8 1.5 1° 85.9 66 78
MSG-4042-10 42 26.8 1.5 1° 85.9 70 82
SKG-*050R-10 50 34.8 1.5 1° 85.9 86 98
SKG-5052R-10 52 36.8 1.5 1° 85.9 90 102
SKG-*063R-10 63 47.8 1.5 0°45' 114.6 112 124
SKG-6066R-10 66 50.8 1.5 0°45' 114.6 118 130
SKG-6080R-10 80 64.8 1.5 0°30' 171.9 146 158
SKG-4050R-14 50 28.4 2.5 1° 143.2 80 98
SKG-4052R-14 52 30.4 2.5 1° 143.2 84 102
SKG-*063R-14 63 41.4 2.5 0°45' 191 106 124
SKG-5066R-14 66 44.4 2.5 0°45' 191 112 130
SKG-5080R-14 80 58.4 2.5 0°30' 286.5 140 158
SKG-6100R-14 100 78.4 2.5 0°20' 430 180 198
SKG-6125R-14 125 103.4 25 0°20' 430 230 248
SKG-7160R-14 160 138.4 2.5 0°15' 573 300 318

WSPE (W) T100415ZPER-SM#Z, SPMT100415ZPTR-PMZA >/ B —MIFE SPE(M)T100415ZPER-SM or SPMT100415ZPTR-PM type inserts
BWSPMT140520ZPER-SM#Z, SPMT140520ZPTR-PMFZA B —RMIFE SPMT140520ZPER-SM or SPMT140520ZPTR-PM type inserts

B> I L Ramping AUAIVRBIFIATL Helical interpolation
p EEMT RATHAS = |
A 8 3 = R R
o o BT Bza, | DXEH | BxmRaRsla RARE BARE
Cat. No. . Eff. Cutting dia. Max. depth &5 = AT EFOFIEIRS:L (mm) Min. bore dia. Max. bore dia.
(mm) (i e Max. ramping Total cutting length at Dh min (mm) Dh max (mm)
angle 6° Max. dp
MSG-2025-10 25 10 1.0 1° 57.3 36 48
MSG-3032-10 32 17 1.0 1° 57.3 50 62
MSG-3035-10 35 20 1.0 1° 57.3 56 70
MSG-4040-10 40 25 1.0 1° 573 66 78
MSG-4042-10 42 27 1.0 1° 57.3 70 82
SKG-*050R-10 50 85 1.0 1° 57/ 86 98
SKG-5052R-10 52 37 1.0 1° 57.3 90 102
SKG-*063R-10 63 48 1.0 0°45' 76.4 112 124
SKG-6066R-10 66 51 1.0 0°45' 76.4 118 130
SKG-6080R-10 80 65 1.0 0°30' 114.6 146 158
SKG-4050R-14 50 28.8 1.8 1° 103.1 80 98
SKG-4052R-14 52 30.8 1.8 1° 103.1 84 102
SKG-*063R-14 63 41.8 1.8 0°45' 137.5 106 124
SKG-5066R-14 66 44.8 1.8 0°45' 137.5 112 130
SKG-5080R-14 80 58.8 1.8 0°30' 206.3 140 158
SKG-6100R-14 100 78.8 1.8 0°20' 206.3 180 198
SKG-6125R-14 125 123.8 1.8 0°20' 206.3 230 248
SKG-7160R-14 160 138.8 1.8 0°15' 412.5 300 318




// DIJET

1R E Y] Hll = 4 Recommended cutting conditions

o =E~D“15—’\‘y F‘g’fjo (N\SG-1 094 70) Modular head type (Insert 10-type)

1 ~9 |2290 6870 |~100 | 1 ~14 | 1,640 |7,380 | ~100 | 1 ~24 | 1,430 | 8,580

0.8 ~9 | 2290 | 6,870 150 | 0.8 ~14 | 1,640 | 7,380 150 | 0.8 ~24 | 1,430 | 8,580

0.6 ~9 | 2290|6410 | 210 | 06 ~14 | 1,640 16890 | 210 | 0.6 ~24 | 1,430 | 8,010

1 ~9 |1,910 5730 | ~100 | 1 ~14 | 1,360 | 6,120 | ~100 | 1 ~24 1,190 | 7,140

0.8 ~9 | 1910|5730 150 | 0.8 ~14 | 1,360 | 6,120 150 | 0.8 ~24 | 1,190 | 7,140

0.6 ~9 |1910|5350 | 210 | 06 ~14 | 1,360 | 5710 | 210 | 0.6 ~24 | 1,190 | 6,660

1 ~9 | 1910|5730 | ~100 | 1 ~14 | 1,360 [ 6,120 | ~100 | 1 ~24 11,190 | 7,140

0.8 ~9 | 1,910 | 5,730 150 | 0.8 ~14 | 1,360 | 6,120 150 | 0.8 ~24 | 1,190 | 7,140

0.6 ~9 | 1,910 | 5,350 210 | 06 ~14 | 1,360 | 5,710 210 | 0.6 ~24 | 1,190 | 6,660

1 ~9 | 1,400 | 3,640 | ~100 | 1 ~14 | 1,000 | 3,900 [ ~100 | 1 ~24 880 | 4,580

0.8 ~9 | 1,400 | 3,640 150 | 0.8 ~14 | 1,000 | 3,900 150 | 0.8 ~24 880 | 4,580

0.6 ~9 | 1,400 | 3360 | 210 | 06 ~14 | 1,000 | 3600 | 210 | 0.6 ~24 880 | 4,220

0.6 ~9 | 1,270 | 3,050 | ~100 | 06 ~14 910 3,280 | ~100 | 0.6 ~24 800 | 3,840

0.4 ~9 | 1,270 | 3,050 150 | 0.4 ~14 910 | 3,280 150 | 0.4 ~24 800 | 3,840

0.3 ~9 |1,270|2540 | 210 | 03 ~14 9102730 | 210 | 03 ~24 800 | 3,200

12% ~9 |2290 6,870 |~100 | 1.2%| ~14 | 1,640 |7,380 | ~100 | 1.2%| ~24 | 1,430 | 8,580

1 ~9 | 2290 | 6,870 150 | 1 ~14 | 1,640 | 7,380 150 | 1 ~24 | 1,430 | 8,580

0.8 ~9 | 2290 | 6,870 210 | 0.8 ~14 | 1,640 | 7,380 210 | 0.8 ~24 | 1,430 | 8,580

1 ~9 | 1910|3820 | ~100 | 1 ~14 | 1,360 | 4,080 [ ~100 | 1 ~24 11,190 | 4,760

0.8 ~9 | 1,910 | 3,820 150 | 0.8 ~14 | 1,360 | 4,080 150 | 0.8 ~24 | 1,190 | 4,760

0.6 ~9 | 1,660 | 2,990 210 | 06 ~14 | 1,180 | 3,190 210 | 0.6 ~24 | 1,080 | 3,710

1 ~ 760 | 910 |~100 | 1 ~14 550 | 990 |~100 | 1 ~24 480 | 1,150

0.8 ~ 760 | 910 150 | 0.8 ~14 550 | 990 150 | 0.8 ~24 480 | 1,150

0.6 =~ 760 | 760 210 | 0.6 ~14 550 | 830 210 | 0.6 ~24 480 960

£ : TYRS)LREURS Overhung length - a@p : BISEIDYHAFRS Axial depth of cut - 8e : R BDENHARRE Radial depth of cut 1 : TEEEGEE Spindle speed  VF: 3XWEE Feed speed

ERLEDEIERE Note:
"1 .J:'EE'OD*?J%IJ%{#II\ ﬁ%ﬂﬂ{ét#s;v'?—?ﬂﬂ&t:iﬁb’(%ﬂ%d&?mo (L£FRHBTS0ZEZRIMCT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
'Z.Uq‘)b‘iéibf:ﬁi‘%‘& HJlZ\:J‘AﬁEéEJ:EE§11EJ:’J65§<bT<f:éb\., HBVFEIEREE T TERES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
=70 ﬂé’)@:ﬁ”ili?{:z&b"{‘(ﬁé\ﬂo *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BHEWENRENHE . ETTAHARIERL LSV RICNS SV VE T TERLES N, Feed speed.
'4.17—7‘1:1—&:;')@]U(fl&%ﬁﬂi!&ﬁaf(fééuo HHC IMMCTOX+ET I T TNV TMIBIC *4. Use air blow.
EBLEEN,

K TL—HfFEA Y~ (SPMT /SPETH) A NDHE I$ap=1.0lC TEALZEL,
Reduce the depth of cut ap to below 1.0mm in case of using SPMT / SPET type insert.



SKS-GII

% iﬁ t)J ﬁu 7% ﬁ: Recommended cutting conditions

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

1/2
TE#Z(mm) Tool dia.
Work materials BenEs FE No. of teeth 4N FIE No. of teeth SN FIEL No. of teeth 5N
2 ap ae n % 2 ap ae n Vi 2 ap ae n %
(mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") [(mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)

s ~150 | 1.5%| ~32 | 1,020 | 7,340 | ~150 | 1.5%| ~32 | 1,020 | 9,180 | ~150 | 15| ~44 | 810 | 7,290
(S50C, S550) (YC80S0| 200 | 1.2%| ~32 1,020 | 7,340 | 200 | 1.2%| ~32 | 1,020 | 9,180 | 200 | 1.5%| ~44 | 810 | 7,290
B&250HBLLT (JS‘;?IJN;? 250 | 0.8 | ~32 | 890 |5340| 250 | 08 | ~32 | 890 | 6680 | 250 | 1.2%| ~44 | 710 | 5330
St SPMTRME 300 | 06 | ~32 | 830 | 4980 | 300 | 06 | ~32 | 830 | 6:230| 300 | 1 ~44 | 660 | 4,950
Aelow e 350 | 05 | ~32 | 830 |4650| 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4620

TR#E ~150 | 1.5%| ~32 | 1,020 | 7,340 | ~150 | 1.5%| ~32 | 1,020 | 9,180 |~150 | 1.5%| ~44 | 810 | 7,290
(SKD61,SKD11){ JC8050 | 200 | 1.2%| ~32 [1,020 | 7,340 | 200 | 1.2%| ~32 | 1,020 | 9,180 | 200 | 15k| ~44 | 810 | 7,290
B&255HBLLT (é%ﬁ\ms) 250 | 08 | ~32 | 890 | 5340 | 250 | 0.8 | ~32 | 890 | 6680 | 250 | 1.2%| ~44 | 710 | 5330
(zs129 SPMTPME 300 | 0.6 | ~32 | 830 | 4980 | 300 | 06 | ~32 | 830 | 6230 | 300 | 1 ~44 | 660 | 4,950
Aelow 2EsHE 350 | 05 | ~32 | 830 | 4650 | 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4,620
] ~150 | 1.5%| ~32 | 1,020 | 7,340 | ~150 | 1.5%| ~32 | 1,020 | 9,180 [~150 | 15%| ~44 | 810 | 7,290
(HPM7,PX5,p20) : JC80S0 | 200 | 1.2%| ~32 | 1,020 | 7,340 200 | 1.2%| ~32 | 1,020 | 9,180 200 1.5%| ~44 810 | 7,290
EEE‘*SO-SGHRC “s(éﬁiv}?’ 250 | 0.8 | ~32 | 890 |5340| 250 | 0.8 | ~32 | 890 | 6680 | 250 | 1.2%| ~44 | 710 | 5330

(31 tm  SPMTPMA| 300 | 06 | ~32 | 830 | 4980 | 300 | 06 | ~32 | 830 | 6230 | 300 | 1 | ~44 | 660 | 4950

ROSCHi 350 | 05 | ~32 | 830 | 4.650| 350 | 05 | ~32 | 830 |5810| 350 | 05 | ~44 | 660 | 4,620
N ~150 | 1.2%| ~32 | 700 | 4,200 [~150 | 1.2%| ~32 | 700 | 5250 [~150 | 1.2%| ~44 | 560 | 4,200
(NAK80, HPM1, P21) JC8118 | 200 1 ~20) 700 | 4,200 200 1 ~32 700 | 5,250 200 1.2%| ~44 560 | 4,200
#&38-43HRC (Js%ﬁow?;?) 250 | 0.7 | ~32 | 640 | 3840 | 250 | 07 | ~32 | 640 | 4800 | 250 | 1 ~44 | 510 | 3,830

oiesy  SPMTPME| 300 | 06 | ~32 | 510 | 2860 | 300 | 06 | ~32 | 510 | 3570 | 300 | 05 | ~44 | 400 | 2,800

38-43HRC 350 B - - - 350 = = 350 = g

ANl ~150 | 1 ~32 | 640 | 3,580 | ~150 | 1 ~32 | 640 | 4.480 [~150 | 1 ~44 | 510 | 3,570
(SKDB1, DAC, DHA) 200 | 08 | ~32 | 640 |3,330| 200 | 08 ~32 | 640 |4160| 200 | 08 | ~44 | 510 | 3,320
&42-52HRC JS%ﬁJN‘;f 250 | 06 | ~32 | 640 | 3,070 | 250 | 06 | ~32 | 640 | 3840 | 250 | 06 | ~44 | 510 | 3,060
Hardened die steel %

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

129G 350 | - . . . 350 | - - 350 | - .

o ~150 | 1.5%| ~32 | 1,150 | 8,280 | ~150 | 1.5%| ~32 | 1,150 10,350 [~150 | 1.5%| ~44 | 910 | 8,190
ai(éFs%b Z%ES_F Josi1g| 200 | 1.5%k| ~32 | 1,150 | 8280 | 200 | 1.5k ~32 | 1,150|10,350 | 200 | 1.5%| ~44 | 910 | 8,190
Grey & Nodular sﬁmffm 250 | 1.2%| ~32 | 1,150 | 6,900 | 250 | 1.2%| ~32 | 1,150 | 8630 | 250 | 1.2%| ~44 | 910 | 6,830

(Ezstérgg) 300 08 ~32 | 1,020 | 6,120 300 0.8 ~32 | 1,020 | 7,650 300 0.8 ~44 810 | 6,080
Below 300HB 350 | 05 | ~32 |1,020|6,120| 350 | 05 | ~32 | 1,020 |7650| 350 | 05 | ~44 | 810 | 6,080

~150 | 1 ~32 | 950 | 4,940 | ~150 | 1 ~32 | 950 |6,180 [~150 | 1 ~44 | 760 | 5320
27U
(SUS304)  yorssp| 290 | ~32 | 950 | 4,940 | 200 | 1 ~32 | 950 6,180 | 200 | 1 ~44 | 760 | 4,940
HEA250HBLLT SPMTSVAy 250 | 0.8 | ~32 | 830 3980 | 250 | 0.8 | ~32 | 830 |4980| 250 | 0.8 | ~44 | 660 | 3,960
Stanless el SPETSM 300 | 06 | ~32 | 760 |3040| 300 | 06 | ~32 | 760 [3800| 300 | 06 | ~44 | 610 | 3050
350 | 04 | ~32 | 640 | 2560 | 350 | 04 | ~32 | 640 |3200| 350 | 05 | ~44 | 510 | 2,550
~150 1 ~32 380 910 | ~150 1 ~32 380 1,140 | ~150 1 ~44 300 900
ssas  JO7SS0| 200 | 08 | ~32 | 380 | 910| 200| 08 | ~32 | 380 | 1.140| 200 | 08 | ~44 | 300 | 900
(TiGAI4y) SPMISM 250 | 06 | ~32 | 380 | 760 | 250 | 06 | ~32 | 380 | 950 | 250 | 06 | ~44 | 300 | 750
Tanumalloy 5 = SV 300 | 04 | ~32 | 380 | 610| 00| 04 | ~32 | 380 | 760| 300 | 0.4 | ~44 | 300 | 600
350 | - = ; - 350 | - - 350 | - -
£ 1 BHURSE Overhung length  @p: BHAMIDENAHRS Axial depth of cut e : RSB DYHAHRE Radial depth of cut 1 : TEDOERRRE Spindle speed  Vi: IRURE Feed speed
ERAEDEIERER Note:
1. EROUIHIRMF S BRI S SUT— BN ICTEU TRREL SV, (EFEIFBTE0RERILICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWNRELEBE I YDA RSE ERBIESLIHERL TSN HBVVEEREE T TEREEN, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
*4.T7 =T A—-ICEW KT RRELIBET > TR, I LHMCTOF+ET I T TV FRIERIC *4, Use air blow.

EBLERD,

*.TL—HfFEA Y= (SPMT ./ SPETH) EHMDHE Idap=1.0l- TREMALEEL,
Reduce the depth of cut ap to below 1.0mm in case of using SPMT / SPET type insert.
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2/2
TE&Z(mm) Tool dia.
B 63/66 80
Work materials GEE FIEL No. of teeth BN FIEL No. of teeth BN
2 ap ae n Vi 2 ap ae n Vi
(mm) | (mm) | (mm) | (min™) (mm/min){ (mm) | (mm) | (mm) | (min") (mm/min)
. ~150 | 1.5%| ~44 | 810 | 8750 |~150 | 1.5%| ~60 | 640 | 6,910
(S50C, S55C) | 9C8050 | 200 | 1.5k ~44 | 810 | 8750 | 200 | 1.5%| ~60 | 640 | 6,910
BE250HBLLT (Js%m;}?) 250 | 12%| ~42 | 710 | 6,390 | 250 | 1.2%| ~55 | 560 | 5040
t
7553%359 SPMT-PM 300 | 1 ~42 | 660 |5940| 300 | 1 ~55 | 520 | 4,680
Selw e 350 | 05 | ~42 | 660 | 5540| 350 | 05 | ~55 | 520 | 4,370
TE ~150 | 1.5%| ~44 | 810 | 8750 |~150 | 1.5%| ~60 | 640 | 6,910
(SKD61,SKD11): JC8050 | 200 | 1.5%| ~44 | 810 | 8750 | 200 | 1.5%| ~60 | 640 | 6,910
#a255HBLIT (UC8118) o T T 5 | 710 | 6390 | 250 | 1.2%| ~55 | 560 | 5,040
Die steel SPNWH
(1.2344,1.2379)  iSPMT-PMAY| 300 1 ~42 660 | 5,940 300 1 =515 520 | 4,680
Selow2EsHE 350 | 05 | ~42 | 660 | 5540| 350 | 05 | ~55 | 520 | 4,370
Sl ~150 | 1.5%| ~44 | 810 | 8750 |~150 | 1.5%| ~60 | 640 | 6,910
(HPM7,PX5,P20) JC8050 200 1.5%| ~44 810 | 8,750 200 1.5%| ~60 640 | 6,910
#a30-86HRC (WCBI18) o | o1 4o | 710 | 6390 | 250 | 1.2%| ~55 | 560 | 5040
Mold steel SPNWH
(1.2311,P20) SPMT-PM#| 300 1 ~42 660 | 5,940 300 1 ~55 520 | 4,680
R 350 | 05 | ~42 | 660 |5540| 350 | 05 | ~55 | 520 | 4,370
SUN—KAE ~150 | 1.2%| ~44 | 560 | 5040 [~150 | 1.2%| ~60 | 440 | 3,960
(NAK8O, HPM1, P21) JC8118 | 200 | 1.2%| ~44 | 560 | 5040 | 200 | 12%| ~60 | 440 | 3,960
#&a38-43HRC (Jsiﬁa,a?) 250 | 1 ~42 | 510 | 4590 | 250 | 1 ~55 | 400 | 3,600
Mold steel 7
(12311p21)  SPMTPM® 300 | 05 | ~42 | 400 | 3,360 | 300 | 05 | ~55 | 320 | 2,690
38-43HRC 350 . _ _ 350 . _
A NsE ~150 | 1 ~44 | 510 | 4,280 | ~150 | 1 ~60 | 400 | 3,360
(SKD61, DAC, DHA) 200 | 08 | ~44 | 510 |3980| 200 | 08 | ~60 | 400 | 3,120
#242.52HRC J;;ﬁ;j;} 250 | 06 | ~42 | 510 | 3670| 250 | 06 | ~55 | 400 | 2,880
Hardened die steel 2
(1.2344, 1.2379) 300 - - 300 - -
42-52HRC 350 R . 350 . .
ok ~150 | 1.5%| ~44 | 910 | 9,830 |~150 | 1.5%| ~60 | 720 | 7,780
(FC, FCD) —
: 200 | 15 44 | 910 [ 9,830 | 200 | 1.5%| ~60 | 720 | 7,780
BEX300HBLLT | JC8118 *
Groy & Nodular | SPNWA | 250 | 124 ~42 | 910 | 8190 | 250 | 1.2%| ~55 | 720 | 6,480
fogund SPMEPMIA 200 | 08 | ~42 | 810 | 7.200| 300 | 08 | ~55 | 640 | 5760
Below 300HB 350 | 05 ~42 | 810 | 7,290 350 | 0.5 ~55 | 640 | 5,760
~150 | 1 ~44 | 760 | 6,380 | ~150 | 1 ~60 | 600 | 5,040
T L RS
(SUS304)  Jo7ss0| 200 | 1 ~44 | 760 |5930| 200 | 1 ~60 | 600 | 4,680
B&250HBLIT SPMTSM| 250 | 0.8 | ~42 | 660 | 4750 | 250 | 0.8 | ~55 | 520 | 3,740
Sanlesssieel SPETSMI] 300 | 06 | ~42 | 610 | 3660 | 300 | 06 | ~55 | 480 | 2,880
350 | 05 | ~42 | 510 |3060| 350| 05 | ~55 | 400 | 2,400
~150 | 1 ~44 | 300 | 1,080 [~150 | 1 ~60 | 240 | 860
savas  JO7S50| 200 | 08 | ~44 | 300 |1080| 200 | 08 | ~60 | 240 | 860
(TiGAl-4y) SPMISM#| 250 | 06 | ~42 | 300 | 900| 250 | 06 | ~55 | 240 | 720
Tanumaley TS O30 | 04 | ~42 | 300 | 720| 300| 04 | ~55 | 240 | 580
350 - - . 350 : -

£ : ZHURT Overhung length  @p:

EHLOEEREA
1.
2.0

772U A I HD3E) BEE R LN TS,
BHEWENRENBE . ETTAHARIERL LSV RICNS SV VIE T TERLES W,
4. IT7=TO-CEWPKTRELEBET TS, BHIC IHMCTOXF+EF I TEII<TRIZIC

ERLEBN,

SEOYIHISA I AEHBIME S L OT— T BIMEICISU CREC LA, (ERRIFBT50ZERIVICT)
VWD RELEBE R PHAHRSE ERBIESN SR TS BBV EIIRREE T TERESV,

*TL—HFEA Y —h(SPMT ./ SPETH) EA DG E Idap=1.0l- TEAL L,
Reduce the depth of cut ap to below 1.0mm in case of using SPMT / SPET type insert.

Note

B EIDEHAF RS Axial depth of cut e : FERFFEDENAFF RS Radial depth of cut 1 : TEDEHRE Spindle speed

// DIJET

Vi1 3RIRE Feed speed

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

Feed speed
*4. Use air blow.
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SKS-GII

Recommended cutting conditions

07';\‘794,707541(SKG-1 49’(70) Facemill type (Insert 14-type)

e
TE#Z(mm) Tool dia.
A A ;7;;;\ 50/52 63 66
Work materials i FIE No. of teeth 4N FIEL No. of teeth 4N FIEL No. of teeth SN
2 ap ae n % 2 ap ae n Vi 2 ap ae n %
(mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") [(mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)
o ~150 2% ~28 890 | 6,410 |~150 | 2% ~40 710 | 5,110 | ~150 2% ~44 680 | 6,120
(S50C, S55C) | JC8050 | 200 1.8 ~28 | 890 | 6410| 200 | 1.8 ~40 | 710 | 5,110 200 1.8 ~44 680 | 6,120
#E&250HBLIT (WCBHI8) o |\ o | o5 | 830 | 4080| 250 | 15 | ~40 | 660 | 3960 | 250 | 15 | ~44 | 630 | 4.730
Carbon steel SPNWH
(Cs0cs5)  SPMTPMA 300 | 0.8 | ~28 | 760 | 4560| 300 | 08 | ~40 | 610 3660 | 300 | 08 | ~44 | 580 | 4,350
EELUREE 350 | 06 | ~28 | 640 | 3580| 350 | 0.6 | ~40 | 510 | 2,860 | 350 | 0.6 | ~44 | 480 | 3.360
T8 ~150 | 2% | ~28 | 890 | 6,410|~150 | 2% | ~40 | 710 | 5110 [~150 | 2% | ~44 | 680 | 6,120
(SKD61,SKD11) JC8050 | 200 | 1.8 | ~28 | 890 | 6410| 200 | 1.8 | ~40 | 710 |5110| 200 | 1.8 | ~44 | 680 | 6,120
HE255HBLIT (Js%ﬁ\}’;?) 250 | 15 | ~28 | 830 | 4980| 250 | 15 | ~40 | 660 | 3960 | 250 | 15 | ~44 | 630 | 4730
(2412 SPMTPME 300 | 08 | ~28 | 760 | 4560| 300 | 0.8 | ~40 | 610 | 3,660 | 300 | 08 | ~a4 | 580 | 4.350
Bl 350 | 06 | ~28 | 640 | 3580| 350 | 0.6 | ~40 | 510 | 2860 | 350 | 06 | ~44 | 480 | 3.360
Syt ~150 | 2k | ~28 | 890 | 410|~150 | 2%k | ~40 | 710 | 5110 |~150 | 2% | ~44 | 680 | 6,120
(HPM7.PX5,p20) | JCB050 | 200 | 1.8 | ~28 | 890 | 6410| 200 | 1.8 | ~40 | 710 | 5110 | 200 | 1.8 | ~44 | 680 | 6,120
ﬁéﬁgﬁggﬂo (Jsig\k;f) 250 | 15 | ~28 | 830 | 4980| 250 | 15 | ~40 | 660 | 3960 | 250 | 15 | ~44 | 630 | 4730
(1.2311,P20) SPMT-PM#{| 300 | 0.8 ~28 | 760 | 4560| 300 | 0.8 ~40 | 610 | 3660 | 300 | 0.8 ~44 | 580 | 4,350
EDERLE 350 | 06 | ~28 | 640 | 3580| 350 | 06 | ~40 | 510 | 2860 | 350 | 06 | ~44 | 480 | 3.360
N ~150 | 16 | ~28 | 640 | 3840|~150 | 1.6 | ~40 | 510 | 3,060 |~150 | 1.6 | ~44 | 480 | 3,600
(NAK8O, HPM1, P21)i YC8118 | 200 | 1.4 | ~28 | 640 | 3840| 200 | 1.4 | ~40 | 510 |3,060 | 200 | 1.4 | ~44 | 480 | 3,600
iEéSS(—itgle-llRC “s‘éﬁ%??’ 250 | 12 | ~28 | 640 | 3840| 250 | 12 | ~40 | 510 |3060| 250 | 12 | ~40 | 480 | 3,600
(2311p21)  SPMTPMI 300 | 07 | ~28 | 510 | 2.860| 300 | 0.7 | ~40 | 400 2240 | 300 | 0.7 | ~40 | 390 | 2,730
38-43HRC 350 - - ] 350 _ 350 _ - _
ANl ~150 | 1 ~28 | 570 | 2,740|~150 | 1 ~40 | 450 | 2160 |~150 | 1 ~44 | 430 | 2,580
(SKD61, DAC, DHA) 200 1 ~28 | 570 | 2280| 200 | 1 ~40 | 450 | 1,800 200 1 ~44 430 | 2,150
HE842-52HRC J'S‘-F";ﬁ;v‘f 250 | 0.8 | ~28 | 570 | 1,820| 250 | 0.8 | ~40 | 450 | 1,440 | 250 | 0.8 | ~40 | 430 | 1,720
Hardened die steel 4
11,2344, 1.2379) 300| 05 | ~28 | 450 | 1,260| 300 | 05 | ~40 | 350 | 980 | 300 | 05 | ~40 | 340 | 1,190
42-52HRC 350 ] ] 350 - 350 . . _
5k ~150 | 2% | ~28 | 1,150 | 8,280 | ~150 | 2% | ~40 | 910 | 6,550 |~150 | 2% | ~44 | 870 | 7,830
afgzs%b Z%E;){T Jcg11g| 200 | 18 | ~28 | 1150 |8280| 200 | 18 | ~40 | 910 | 6550 | 200 | 18 | ~44 | 870 |7.830
Groy & Nodular | SPNW | 250 | 15 | ~28 | 1,150 | 6900 250 | 1.5 | ~40 | 910 5460 | 250 | 1.5 | ~44 | 870 | 6,530
(Efas,téré’g) SPMIPMAY 500 | 08 | ~28 | 1,020 | 6,120 300 | 08 | ~40 | 810 |4860| 300| 08 | ~a4a | 770 | 5,780
Below 300HB 350 | 06 | ~28 | 1,020 | 5710 350 | 06 | ~40 | 810 |4540| 350 | 06 | ~44 | 770 | 5390
~150 | 1.3 | ~28 | 950 | 4940|~150 | 1.3 | ~40 | 760 | 4,260 |~150 | 1.3 | ~44 | 760 | 5320
27U ZE
(5US308) | oo 200| 13 | ~28 | 950 | 4940| 200 | 1.3 | ~40 | 760 |3,950 | 200 | 1.3 | ~44 | 760 | 4940
BE250HBILT qpyrovm) 250 | 11 | ~28 | 830 | 3980| 250 | 1.1 | ~40 | 660 |3170| 250 | 1.1 | ~40 | 660 | 3,960
Ség}g'v‘fzsszﬁg' 300 | 09 | ~28 | 760 | 3040| 300| 09 | ~40 | 610 |2440| 300 | 09 | ~40 | 610 | 3,050
350 | 07 | ~28 | 640 | 2560| 350 | 0.7 | ~40 | 510 |2,040| 350 | 0.7 | ~40 | 510 | 2550
~150 | 1.3 | ~28 | 380 | 910 |~150 | 1.3 | ~40 | 300 720 |~150 | 1.3 | ~44 | 300 900
so082 | oreso 200 | 11 | ~28 | 380 | 910 | 200 | 1.1 | ~40 | 300 | 720 | 200 | 1.1 | ~44 | 300 | 900
(Ti-BAI-4V) spwmeviy 250 | 09 | ~28 | 380 | 760 | 250 | 09 | ~40 | 300 | 600 | 250 | 09 | ~40 | 300 | 750
Titanium alloy 300| 07 | ~28 | 380 | 610 | 300 | 0.7 | ~40 | 300 480 | 300 | 0.7 | ~40 | 300 600
350 | - - - 350 | - 350 | - : =

£ : ZHUR Overhung length  ap:

FRLNOEERR

1. EEEOEIEI RS AN S LU — VB ICISU TREC LSV, (EREIBT50RERIVICT)

AL F YY) DEBEEARNTEE,
BHEBMBAREDHE R ETTHAHFREIEXRL BV RICNS SV ViE T TERC LSV,

4 IT7—TO- LK TRELIBE TS LA FIC IHMCTOF+vEF I TEPIVTRIZIC

EBLERL,

* TL—HFEL A~ (SPMTI) ERDHZE [Fap=1.8IC THEAZE,

Reduce the depth of cut ap to below 1.8mm in case of using SPMT type insert.

VUNWDRELIHE R IAHRSE ERBIELNGIRL TSV HBVEEEREEE T U TRV,

Note:

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

BB DEHAFRES Axial depth of cut e : R EDYHAFFFRS Radial depth of cut 1 : TELOEHRE Spindle speed Vi1 3XWIRE Feed speed

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

Feed speed.
*4. Use air blow.



// DIJET

2/3
T E&Z(mm) Tool dia.
Ert o) ’f‘;};f*i—l* 80 100 125
Work materials FIEL No. of teeth BN FIEL No. of teeth BN FE No. of teeth BN

Grades

2 ap ae n Vi 2 ap ae n % 2 ap ae n %
(mm) | (mm) | (mm) | (min™) (mm/min)| (mm) | (mm) | (mm) | (min") (mm/min)| (mm) | (mm) | (mm) | (min") |(mm/min)

. ~150 | 2% | ~56 | 600 | 5400 |~150 | 2% | ~70 | 480 | 5,180 |~150 | 2k | ~87 | 380 | 4,100
(S50C, S55C) | JC8050| 200 | 1.8 | ~56 | 600 | 5400 | 200 | 1.8 | ~70 | 480 | 5180| 200 | 1.8 | ~87 | 380 | 4,100
BE&250HBLLT (Jsiﬁ“l\;}f) 250 | 1.5 | ~56 | 560 | 4,200| 250 | 15 | ~70 | 450 | 4050| 250 | 1.5 | ~87 | 360 | 3,240
it SPVTPWR 300 | 08 | ~56 | 520 | 3900| 300 | 08 | ~70 | 410 | 3690 | 300 | 0.8 | ~87 | 330 | 2970
Below 25018 350 | 06 | ~56 | 440 |3,080| 350 | 06 | ~70 | 350 | 2940| 350 | 0.6 | ~87 | 280 | 2,350

~150 | 2% ~56 | 600 |5400 |~150 | 2% ~70 | 480 | 5,180 |~150 | 2k | ~87 | 380 | 4,100

8

(smifs%on) JC8050| 200 | 18 | ~56 | 600 | 5400 | 200 | 1.8 | ~70 | 480 | 5180| 200 | 1.8 | ~87 | 380 | 4,100
e256HBLLT (1OSI25) 250 | 15 | ~56 | 560 [4200| 250 | 15 | ~70 | 450 | 4,050 | 250 | 1.5 | ~87 | 360 | 3240
12381259 SPMTPME| 300 | 08 | ~56 | 520 | 3900| 300| 0.8 | ~70 | 410 | 3690| 300 | 08 | ~87 | 330 | 2,970
BECHZEHE 350 | 06 | ~56 | 440 |3080| 350 | 06 | ~70 | 350 |2940| 350 06 | ~87 | 280 | 2,350
SUN—K4E ~150 | 2% | ~56 | 600 | 5400 |~150 | 2% | ~70 | 480 | 5180 |~150 | 2%k | ~87 | 380 | 4,100
(HPM7,PX5,p20)  JC8050 | 200 | 1.8 | ~56 | 600 | 5400 | 200| 1.8 | ~70 | 480 | 5180 | 200 | 1.8 | ~87 | 380 | 4,100
#30:36HRC (SSIIS) 250 | 15 | ~56 | 560 | 4200 250 | 1.5 | ~70 | 450 | 4050 | 250 | 1.5 | ~87 | 360 | 3240
(216 SPMTRME| 300 | 0.8 | ~56 | 520 | 3900 | 300| 08 | ~70 | 410 | 3690| 300 | 08 | ~87 | 330 | 2970
UG 350 | 06 | ~56 | 440 |3080| 350 | 06 | ~70 | 350 |2,940| 350 | 06 | ~87 | 280 | 2,350
P ~150 | 1.6 | ~56 | 400 |3000|~150 | 1.6 | ~70 | 320 | 2,880 |~150 | 1.6 | ~87 | 250 | 2,250

(NAK8O, HPM1, P21)i YC8118 | 200 | 1.4 | ~56 | 400 |3,000| 200 | 1.4 | ~70 | 320 | 2,880 | 200 | 1.4 | ~87 | 250 | 2,250
#a38-43HRC (WC8OSO) 0 5 | 56 | 400 3000| 250 | 12 | ~70 | 320 |2880| 250 | 1.2 | ~87 | 250 | 2,250

Mold steel SPNW A
(12311p21)  SPMTPME 300 | 07 | ~56 | 320 |2240| 300 | 07 | ~70 | 250 | 2100| 300 | 07 | ~87 | 200 | 1,680
SEASHAC 350 | - ; : ; 350 | - ; . . 350 | - - ;
AR ~150 | 1 ~56 | 360 | 2,160 |~150 | 1 ~70 | 290 | 2,090 |~150 | 1 ~87 | 230 | 1,660
(SKDB1, DAC, DHA) 200 | 1 ~56 | 360 | 1,800 | 200 | 1 ~70 | 290 | 1,740| 200 | 1 ~87 | 230 | 1,380
#aa2.52HRC CRUIB| 250 | 08 | ~52 | 360 | 1440| 250 | 0.8 | ~60 | 290 | 1,390 | 250 | 08 | ~75 | 230 | 1,100
Hardened die steel 4
(1.2344, 1.2379) 300 | 05 | ~52 | 280 | 980| 300 05 | ~60 | 220 | 920| 300 | 05 | ~75 | 180 | 760
122 350 | - . . . 350 | - - . 350 | - . . .
S5k ~150 | 2% | ~56 | 720 | 6,480 |~150 | 2% | ~70 | 570 | 6,160 | ~150 | 2% | ~87 | 460 | 4,970
(FC, FCD) 200 | 18 | ~56 | 720 | 6,480| 200 | 1.8 | ~70 | 570 | 6,160 | 200 | 1.8 | ~87 | 460 | 4,970
FE&300HBLLTF | JC8118
Groy& Nodular | SPNWA | 250 | 15 | ~56 | 720 | 5400 | 250 | 15 | ~70 | 570 | 5130 | 250 | 15 | ~87 | 460 | 4,140
o SPMEPMA 300 | 0.8 | ~56 | 640 | 4800 300| 08 | ~70 | 510 | 4590 | 300 | 08 | ~87 | 410 | 3690
Below 300HB 350 | 06 | ~56 | 640 | 4,480 | 350 | 0.6 | ~70 | 510 | 4280 | 350 | 06 | ~87 | 410 | 3,440
o ~150 | 15 | ~56 | 600 | 4,200 |~150 | 1.5 | ~70 | 480 | 4,030 |~150 | 15 | ~87 | 380 | 3,190
(SUS304) 200 | 15 | ~56 | 600 | 3900| 200 | 15 | ~70 | 480 | 3740 | 200 | 1.5 | ~87 | 380 | 2,960
E&250HBLLT S‘L%if,,% 250 | 13 | ~52 | 520 | 3,120| 250 | 1.3 | ~60 | 410 | 2950 | 250 | 13 | ~75 | 330 | 2,380
SEMEE size 300 | 1.1 | ~52 | 480 |2400| 300 | 1.1 | ~60 | 380 |2280| 300 | 1.1 | ~75 | 310 | 1,860

Below 250HB

350 | 0.9 ~52 | 400 | 2,000| 350 | 0.9 ~60 | 320 |[1,920| 350 | 09 ~75 | 250 | 1,500
~150 | 1.3 ~56 | 240 720 | ~150 | 1.3 ~70 | 190 680 | ~150 | 1.3 ~87 150 540

PSPV 200 1.1 ~56 240 720 200 11 7A0) 190 680 200 1.1 ~87 150 540
== JC7550
’ . ~ ~ 570 250 4 =
(Ti-BAI-4V)  'SPMT-SMF 250 0.9 52 240 600 250 0.9 60 190 0.9 75 150 450
Titanium alloy 300 0.7 552 240 480 300 0.7 ~60 190 460 300 0.7 ~75 150 360
350 - - - - 350 = - - = 350 - - - -
£ : BHURS Overhung length  &p: BAMEIDEBAGRS Axial depth of cut  8e : HRFFEDENAHRE Radial depth of cut 1 : TEOERRE Spindle speed Vi IXUIRE Feed speed
RO REE Note
1. LRSI BB S L U7 T BIMICIEU TRELES Y, (J:EEIiBTSDXE’/F)H'C'() *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNHNRELLIZEIR THAHRSE ERBIELN) DR TS HBVVIEEREE T TREAESV, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
F272L A ALY DEY) BIFEZENVTLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHEMEN N AR DHE I ETYDAHRRIEZR L TEEV RICNH LV VIE T I TERL S, Feed speed
*4.T7—7O—CEWHIKTRREMBEIT > TV, IS IHMCTOX+vET AT TlaEIU<TARIRIC *4. Use air blow.

ERLEBN,

Kk TL—HFEL A - (SPMTI) ERADHZE Fap=1.8ICTERL S,

Reduce the depth of cut ap to below 1.8mm in case of using SPMT type insert.



SKS-GII

~150 | 2% | ~112| 300 | 3,780
200 | 18 | ~112| 300 | 3,780
250 | 1.5 | ~112| 280 | 2,940
300 | 08 | ~112| 260 | 2,730
350 | 06 | ~112| 220 | 2,160

~150 | 2% | ~112| 300 | 3,780
200 | 1.8 | ~112| 300 | 3,780
250 | 1.5 | ~112| 280 | 2,940
300 | 08 | ~112| 260 | 2,730
350 | 06 | ~112| 220 | 2,160

~150 | 2% | ~112| 300 | 3,780
200 | 1.8 | ~112| 300 | 3,780
250 | 15 | ~112| 280 | 2,940
300 | 08 | ~112| 260 | 2,730
350 | 06 | ~112| 220 | 2,160

~150 | 16 | ~112| 200 | 2,100
200 | 14 | ~112| 200 | 2,100
250 | 1.2 | ~112| 200 | 2,100
300 | 0.7 | ~112| 160 | 1,570
350 - = - =

~150 | 1 ~112| 180 | 1,510
200 | 1 ~112| 180 | 1,260
250 | 08 | ~100| 180 | 1,010
300 | 05 | ~100| 140 690
350 - - - -

~150 | 2% | ~112| 360 | 4,540
200 | 1.8 | ~112| 360 | 4,540
250 | 1.5 | ~112| 360 | 3,780
300 | 08 | ~112| 320 | 3,360
350 | 06 | ~112| 320 | 3,140

~150 | 1.5 | ~112| 300 | 2,940
200 | 15 | ~112| 300 | 2,730
250 | 1.3 | ~100| 260 | 2,180
300 | 1.1 ~100| 240 | 1,680
350 | 09 | ~100| 200 | 1,400

~150 | 13 | ~112| 120 500
200 | 1.1 ~112 | 120 500
250 | 09 | ~100| 120 420
300 | 0.7 | ~100| 120 340

350 | - ; ] :

£ : BHURS Overhung length  ap : BI7SEIDYHAIHRES Axial depth of cut  @e: HRAEDYBAFRS Radial depth of cut 1 : TEDERRE Spindle speed Vi : 3EWRE Feed speed

ERAEDEEEERE Note:

1. EROUIHIRMF S EIRAIME S SUT— B ICTEU TRREC SV, (ERIFBTE0RERIVICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUUNHFRELEHE R TNHAAREE LRBRBEL) R TRV HB WV EEEEEE T TERESN, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
FREL AL DY) BIZEZEVTLEE, *3, If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

*BHEME DR R DHZE R TTTNAARIEZRL TSV RICNB LV ViE T TERESL, Feed speed.

*4.I7—TO—CENGIICTRREDIBEAT > TS I IMC TOR +ET I T TN FRIBIC *4. Use air blow.

ERESL,

*TL—DFEA A~ (SPMT) ER DG E IFap=1.8IC TEALZEL,
Reduce the depth of cut ap to below 1.8mm in case of using SPMT type insert.



Q EI15—AYR{ERALEDFEZEIE Attention

// DIJET

A EV215—AYR B IFEEDER Atention to mounting head and MSN/ MGN shank holder.

BEY 15— \YREHFIIFFIE Tightening procedure

@iERR Cleaning

EI15—AYR F—IVBEY vV I 7 — /N [TEE—/&] (BL
<l3¢7\9:—)b917777—/\‘TT_LEEIG-BOdyJ)@ﬁ:‘%ﬁ%’:l?
—([CTERLIEE LY,

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

@f{R#Es Initial Tightening
FHOICT.EY15—\YRIGgEEF—IVBEY v I 7 —
NIEE—B] (BULKBEBRF—=ILyv I 7—N[EE
G-Body ) imEINHzF CIRMAHLTLIEE L,

Tighten by hand until the head and the shank holder faces touch.
Q@ZAHHSF T Final Tightening
MLZaO—=LRANFBULIEFERR/NF (DST A ) I
T HRENVIETH K EEERS BARED LT EE VL BR
BV EEEEREE L,

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

GH) (rfED E S ICIREICREAN HDRETHRHED T 5.
RUBKVIRETT DERIENBIE T

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

A\ EEEE ot

1. ZNFFML7 30— )LRINF B ULIBERR/NF (DS
F4 D7) S ERLREEVIATMLIEZSERLIIZEWN),

2. ZNF 3 S F A< W EOERS B TAMHLEE L,

3.EIIS—AYREF VBB vV I 7 —/\N[TEE—# (&
UKRBRF =LY+ TI7—/\[TBEG-Body)]) DifEZHE
SE T RENTBVN T EERERLIEE W,

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

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

falH1x ORIV ZEfE W(mm)
Thread Tightening torque Spanner size
M6 8.0N-m 8¥¢
M8 16Nm 10, 12%¢
M10 16N-m 14,15
M12 20N'm 17,19
M16 25N'm 22, 26

) 1. ANFFEIAS—AYRFFICEFFBLTBUF Ao BIEBROIEEN.

2. MLV 0=V TEEDEE EY 15 —AYROZEIB(WE) S &0
CHEZMT TR LTV (EEV 15— AYNTERR—IBR).
(RNFICESTREHEENRELFDBENHIET )

3. ZERW=8bLLF12XEIBR) DEI1S—AYRICDOFHLTIF. AR/
DS-86 UL (FDS-12ZZARLTHIET .

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

N\BEE—E(EY15—AYREZ —ILBEY vV I 7 —IN) BERDER Selection of "MSN Carbide shank holder”
NEP16EBDEY 15— \YREFERTSHESE ARE)TmmL LEZOMVWEE—RBZEEL TIEEL,
FIK T DO FHAH KL JEE—EHIIE T BRI HIFET

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—dD1Z1mm TEE

TAE—BDERE: D1 )

MSN carbide shank
neck diameter

EIAS5—AYRDOHRE: ¢Dc

JUFP S R0.5mmB EHE

Clearance necessary
more than 0.5mm

IV T EBRET DD T—F V.
I7J70—-DERAZEHRELET,
Coolant or air blow is recommended for
flushing the chips.

-

Modular head tool diameter

A BRE(FDHRILI NDHFIFEFD;ER Caution for the mounting to shrink it holder.

F—IVEBEY v I 7 —NTEE—&] EEV 15— NYRZEREEHRIVI TERT BMEF. EI15—\VRZERFTU
T. [MEE—#) O H ZHREEFHUTIRIGIFTTIREE V. ANYROEIFIF (. BEEIFDHEITITOTLIEEL,

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.

) NYRERIFEFFREEDZETIENAYRPFYITHRITNICLKLBDTENBIET,

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.

18
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> Tzl IEH#IX2AL DIET INDUSTRIAL CO., LTD.

& tt T547-0002 ARRmFEXINFER2TEH1E185 AT A

;EL. 06(6791)67811’%; FAX. 06(6793)7221

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

1S09001

Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JOA-EM1580
EARR
WRRXZIE (FREARE S KRR IS (KPR =SSR
T221-0835 #H| | |EEmEs| XSRS T o6& 4 $53%ME)L5F TH547-0002 KFRMTFEHXMER2TE1E 185
TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
WtREsRE SR BLESEZRR
T373-0818 #HERAHM/\EARIG 1 48 T734-0022 [LEMRMXRETTH23%& 155 HRAEIV1F 1035
TEL. 0276(45)8588 FAX.0276(46)7446 TEL. 082(282)3712 FAX.082(282)3742
Bl&EZFT«4R BELAT74X
T983-0852 AT =EmE XS T H2&E3% T939-8096 E|LMfaAR 1 7&E205 EEFE"_E)L 1-B
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX.076(425)5187
B2 EXE (BT EZESXFR BERESSR
T466-0034 ZhEMBEMXEEE] 1 TBE39& 2 T =)UHZRT1F T547-0002 KRMFEHXMER2TH1E185
TEL. 052(851)5500 FAX.052(851)8311 TEL.06(7223)8565 FAX.06(7223)8566
BE £ T 3% TH547-0002 KERMFEXMER2T HI1E185 TEL. 06(6791)6781 FAX.06(6793)1221
H=E F ¥/ 75180205 == EFEMFEEE7/58-14 TEL. 0595(52)2800 FAX.0595(52)2841

HME B # I & T7584-0022 AMRFEEMHHEHIERST H18&235 TEL. 0721(23)2700 FAX. 0721(23)2705

LR

DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Disseldorf, Germany RM.No.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA

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

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

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

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

Room No.1008 Tomson Gommercial Building., 710 Dongfang Rd., IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)

Shanghai 200122, China 322, ARCADIA

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

Thane (W) 400 607, India

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

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

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

Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100  Fax. 1-734-454-9395

S e
A Y9 —Fyhh—LR— BRI~ S e

https://www.dijet.co.jp 0120-39-81-39 Fixiosres-1230

9:00~12:00. 13:00~17:00 (£ -H-H#B=R<)

SEALDFEE ITesR2CTEAVRERLSIC

OTENBLIEIKMG TEALBVTREEV, @OKETREFEPRITDH D TEIFERULEVNTLEE L,

@I TOREL BEMECKB T HICTERLLREE LV X REEFPRENN—ZETERLES L,

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

QT EMKIF URDIHFERLKEET D ENHET . Specification shall be changed without notice.
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