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New generation high feed mill
0 A A v

LA a=te M =R A )1=F- 8 Application for choice of DIJET high feed tools

BRHBUERE (L/D) EWDiAHFRE (@p) The relation between ap and L/D

ap(mm) . QMIZ )L (MPM)
0.8 QM MILL (MPM)

— QMY YT A (MQX)
QM MAX (MQX)

0.6 I — YT TR~ (MSH)
' \ DIEMASTER (MSH) ‘
0.4 \

NN FATE:
\ BEVHYY (EV215-9147)+

TAE—# (F — VB> v T 7 —/\)
0.2 Tool :

High feed tool (modular head type) +
MSN carbide shank holder

A PR
0 4 6 8 10 (L/D) Work material : Carbon steel
v jRAL B Point
ap(EAEYHAF: mm) DLLES ap (Depth of cut: mm)  #&# Machine
o[ /D=4LIFTIFQMI v IR (MQX) . BENIIIT AT — OB AN WIAHZERLTERVBSIHEIET
(MSH) h*'ap=0.8mm& R IITTED ZHADQMZ)L (MPM) ZHELE
In case of L/D=4 and under, QM MAX (MQX) or HIGH FEED If machine does not have enough power, machine rigidity, and enable
DIEMASTER (MSH) are possible deep cutting at dp=0.8mm. to be deep cutting, recommend to use QM MILL (MPM) with low
© QML (MPMW) (3L/DIC & . apDE{EH L cutting force and multi blades.
QM MILL (MPM) maintains stable ap in case of changing L/D.
WtIb < FHEHE Metal removal rate QML (MPM)
FIb L FHEHE Q (ce/min) Vi QM MILL (MPM)
(m/min)  @---@ EDEE
140 9 Feed speed : V/f
& -] - () W b <THHE
120 e 8 Metal removal rate : Q
L, 9 0::--0----
100 - e g 7 QMZYIZ (MQX)
. ’ QM MAX (MQX)
80 6 o--@ EDEE
B} ) Feed speed : Vf
60 P 5 W b <THHE
e’ Metal removal rate : Q
40 “ %S 1725~ (MSH
HIGH FEED
20 DIEMASTER (MSH) @
H B oo znmm (=
0 10 12 16 20 25 32 40 B BT 31

W g0 <THHE

= :
SHE Tool dia. (mm) Metal removal rate : Q

FATE: SxUhvd (EVa15—-94 ) +HEE—8 (I —ILiBEY+>I7—/\) Tool : High feed tool (modular head type) +MSN carbide shank holder
1ZHEIDL/Dc= 4L #kEIA: 5RZE#. de=0.6XDcIcT L/Dc=4, Work material : Carbon steel, de=0.6x0c

v KL Point

UL FTHHHEDHE: Metal removal rate Bk Machine
® P 16LATTIFQMI)IL (MPM) LS o /\EUi (BTA0LLT) TIFQMZ)L (MPM) Z#E5E (1K1K HT)

In case of tool dia.¢»16 and under, recommend to use QM MILL (MPM).  In case of machining by small machine (BT40 and under), recommend to use

0 620~ P40 TIEFQMT YT 2 (MQX) EHesE QM‘MILL (MPM) with |0V\.I cutting force. i
In case of tool dia.20 and over, recommend to use QM MAX (MQX). @ FFIREE (Vf=10m/minklF) TIERQMT 7 2 (MQX) =38R (K17
In case of machining by middle speed machine (V/f=10m/min), recommend to
use QM MAX (MQX) with low cutting force.

® (K& (Vi=6m/minllF) TIFEIEW S 1 Y 2T — (MSH) Z#i32
(3T—-F iR TRIEN)

In case of machining by low speed machine (V/f<6m/min), recommend to use
HIGH FEED DIEMASTER (MSH) with 3 edges economy.
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EV1S—AvYRERLEO:FSEIE RUELLY

A FTI21S5S—AYyRRDFHIEED;FESR Attention to mounting head and MSN/ MGN shank holder.

EIaS5—=AY R#ESHFHIFIE Tightening procedure

0 sz Cleaning

EI1S—AYR F—)VBEY v I 7 — N [TEE—#] (B ULIERAF =LY+ T7—/N\[THEG-Body ) DfffEsZ L7 —ICT
ERIEEL,
Remove dirt and chips with air from the connecting thread and face of modular head and MSN/MGN shank holder.

[@)] {R#HED mitial Tightening
FHHICT. EYaAS—A\YRNIREES —IVBEY v I 7 —/\N[TEE—#] (B ULIERF—ILY+>T7—/\[TEEG-Body)) it E
WHEBF TRImHLTLIEE W,
Tighten by hand until the head and the shank holder faces touch.

[©) K#sH+FI v Final Tightening
NL232r0—ILRINFHULIEFERR/INF (DST A ) [CTHRENVIETH KW EQES BARTHD LT T,
BREIN TR W EZTERR<TIZE LY,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(F) (R € I [CIREICRRRN H HIRBTHFHD T & RUEL VIR T 3ERENBHIET

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

4 N\
A\ ZE=E BLHAX FET LD =08 W(mm)
Thread Tightening Torque Spanner size
1. ZINFENLZ 3R O—=)LRINF B ULIFERR/NF(DSTA ) M6 8.0N'm 8"
ZASEREEVATNULIEZSREEW), M8 16N m 10, 12%
q _ _ . M10 16N-m 14, 15
2. ZNFF. DL FABIC > EBERS B TARMDLEE U, M12 20N-m 1719
3. EVaAS—AYREF—IBEY v I 7 — N [TEE—H (BLLIE M16 25N m 22,26

AF=)V¥vYI7—\N[TEEIG-Body]) DIfEZZEIE TR 1. A/NFBEI15—~AURFFICEABLTHVFE B Ao BIRBRHIIES W,
g e 2. LIV RO— LR/ REDEIG, V25—~ ROZEIR (WHE) B&0
AN EERELIE L, CTHES S TRBL TN (BEI2L5—AYRTERR—IBR),

oV = T RPN
Note) 1. Use the torque control spanner wrench or 3 gﬁ??ﬁ%\/‘gjsl)—cdii?ﬁgggi)taffjﬁ;g—?\%i?;D)E\—ilfcic')
DIJET DS type spanner wrench. FAR/FDS-85HLLIEDS-1 2EARLTHUET.,
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)

3. ¥ mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

A TABE—&(EYa15—AYRBF—IVBEYr+>I7—N) EEIFD;ES Selection of "MSN Carbide shank holder"

HEP16EBDEY 15—y RZEAT BIESF AHELY TmmR LEROH VAR —#ZREL TS,
I T DhFHAHIC K TBE—FHFIET BBENHVE T,
In case of using modular head over ¢16mm, please select MSN carbide shank that diameter (¢D1) is Tmm or
more smaller than modular head (¢ Dc). A wrong selection causes damage to the carbide shank.

¢Dc—pD1=1mm TEE

_ , , U7 S5 R0.5mml_ EHE
. 2 -

TRE—RHOERE: ¢D1 \ | \ Clearance necessary

MSN carbide shank \] more than 0.5mm

neck diameter

C UL ERETBH. J—5Y M I7TO—D
' ERZHRELET,
Coolant or air blow is recommended to flushing the chips.

EIVaAS—A\YRDIE: ¢Dc
Modular head tool diameter |

A REEHRILI DR {HIBED;ES  Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —N[TEE—& EEI 15— A\YRZEREFHHRILI TERT DRIF. EV15—A\vRE[FSUT. [TBE—/I DH
ZREFHUTEIMIF TSV . AYROEDFF(FE BREEHEICIT>TIREEL,

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.

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

OB D 3RTTRARE S UTABIEHI A VY — N ESTEETIEY A BV THEE - SR T EEE,
3% @BT30DEITY = YT I [C B3,
Low cutting eAdopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small inserts, QM MILL

force achieved high speed and high efficient machining.
®Possible to use by low power and compact machines such as BT30.

IR s g BT AR B S EINEG 1 0T 2K, 632 TT DS T,

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

ﬁ@? J— BRIRFIRICEBN A — VB v I 7 — N [TEE—E] EDfFEHhEICEKY.
wl VUL SEEEINT A VY —bOREGREZEIR,
V'hf:gg“" “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.

SAEEO-HEEEDHTTEE
(—AZEADNITICBVNTT—TILiEY 10mDIITICH3TE)
Multi blades specification even if small inserts achieved
maximum feed speed Vi=10m/min on general steel.

(KK >~ B —b  Insert with low cutting forces

It EFICETHINTE S EEELGAEF

32 XF 4R TEH
¢ ngﬂn gﬂ;;ﬂ:ﬁlﬁgﬁ "?Blﬂ:dlit Highly accurate G-Body can correspond

from high feed to finishing.

AP —=kINUI =232 Inserts variation

RILIHHETE 1A TERY +BHIWIITHTIEE!
BEEDH High feed insert BEnED A5 &(ERZ High feed insert for unfavorable condition

EOMTO0602...ZER (I—3 R1.0, 2.0) EOMWO060210ZER

BHIDH SEEMAI\—R1 Y —b {Blm - EEfELIFA
Shoulder High hardened steel =ES—AV—h
milling insert “MIRROR INSERT” for finishing side & bottom face

ZOMT0602...ZER(O—7 R0.2, 0.4, 0.8)
EBENIAL0.02mmT

0.02 | heigh
gives truelglll“d%rgrzsesu(l:il:lslpnoel:%stnlatch EOHWO0602...ZTR(0—7 R1.0, 2.0) YOHWO0602...ZER-12

A4V — MR RAENEL . — AN SREEM. FIVER - MASEZOHEIME CHLAIEEFPVDI—F « >V J 1118
(JC8118) BV M IHIICREHRPVDI—F 1 7' #41&(JC8050) . M RIEM P HEAE RN RHSNBINTICH L. LW—EBDOR
HEm{bZEIRT 3PVDI—T+ VI #iE(JC7560) ZiRMH. SSICHEEM - EENIEIGFHPVDI—7+ I 117E(DH102) Z
EBSA Yy, e fll\m - EmEt EFROSS—« Y —NYOHWR B S A VFy U A VB —NNU I -3k,

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.
Moreover, adopted new PVD coated grade “DH102” suitable for high hardened material. And, available now “MIRROR INSERT” YOHW type
for finishing side & bottom face.
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17))=[}:3:8 Cutting performance

Cutting force comparison

#HEI#T Material: S50C €50, 1049
BIBIZ Cutting conditions: Dc=16mm, Vc=120m/min, @8p=0.3mm, de=9mm, Down Cut ﬁfgﬁ

1500

—_—

=
o
o
o

wu
o
o

BIHIEEHT(N)
Cutting resistance

[
|

(N

e TR T AT
QML MPM At [ W QMIILEEA, T
QM MILL MPM type Competitor A ORYIRVIED R REN
N More chatterin
m XGE0%73) 420 430
Feed force
m Y(ES7D) 660 1020
Main force
m 2&E57) 500 730
Back force
a7 928 1326 QMS )L MPMAZ QM MILL MPM type At Competitor A
Resultant force f=5.2mm/rev f=5.2mm/rev

Cutting force comparison

#EIA4 Material: S50C €50, 1049

T . . . _ _ . _ _ by 11y gt}
EIHIZ4 Cutting conditions: Dc=16mm, Vc=120m/min, @p=0.3mm, de=9mm, Down Cut ( Eﬁu Z‘."EJ UUU’;L )
OXGxbsh) WYEHAH) OzZERH) O&ah

1500 Feed force Main force Back force Resultant force
(N) QM= )L MPMFZ Att ar .
QM MILL MPM type Competitor A - M M ] : = S T
1200 - I o, QI
_ _ M b i | ﬁwﬁh“d‘:')*iu e
. — ‘,‘) s “ mre‘wchapteri;pg,‘ “u [
ek i T ‘
900 EE I e o
_ f
600 H - '
300 ] ]
1SZE 2/5XB 8/12H 4/5ZH 5528 1/YAH 2/5ZH 3/X2B 4/YAH 5,28
1'stpath 2'ndpath 3'rdpath 4'thpath S5thpath  1'stpath 2'ndpath 3'rdpath 4'thpath 5'thpath
QME LI 3/NA LB IR ICZ(EEEL QM= JL MPM#: 5/5ZE A#t: 5/528
Cutting forces of QM mill is kept constant since 3rd path. QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path

MWL FEE (f=4.0mm/rev) Chipshape

1B 2)YZH 3/XZH 4)XZ2H 5)NZH
1'st path 2'nd path 3'rd path 4'th path 5'th path

QM= )L MPM#
QM MILL MPM type

Att

Competitor A

QM )VIFHIVL T HEED X L— R T IHIZADFE B SN RU),  Chips by QM mill show smooth cut and less heat generation.
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e)r Y

|\ = % 2280 S Modular head MPM type

TYPE

=52 N7 Through coolanthole rﬁ r_ A’ @'
Erzody @— 4 ~ . M
cccccccccc Fdk SEEHID Mo yIT BHID jBHID BHETANT
@5XbH For high feed milling
C., g
S MD
/7
g A SAETED
s AN
L] A
‘ R1~R2 /].0.4 B ‘
@EHIbA For shoulder milling
C., g
| ® MD
Tt
o) P N | | 5 I 4
qQl - = C
S AN
R0.2~R0.8 It \7
~ ;E(mm) Dimensions A o —k g_j‘gnl'.j': Plirija__
P . . j
& TEE| N AT EETS Clamp screw | Wrench
Cat. No. Stock| No-of | D | [f |¢Db| MD| C | W
inserts @@@ Q@ﬁ & /§
MPM-2010-M6 [ J 2 10 18 9.5 | M6 6.5 8
MPM-2011-M6 () 2 11 18 9.7 | M6 | 6.5 8
MPM-3012-M6 o 3 12 20 | 11.2 | M6 6.5 8
MPM-3013-M6 o 3 13 20 | 11.5| M6 6.5 8
@ wPm-3015-M8 | ® | 3 | 15 23 |14 | M8 | 8 | 12
MPM-4016-M8 [ J 4 16 23 |15 M8 8 12 EQ%%0602%%Z%R
MPM-4017-M8 [ J 4 17 23 | 15 M8 8 12 ZOMT0602:k:xZER DSW-1840H A-06
@ MPM-4018-M8 | @ | 4 | 18 | 23 |15 | M8 | 8 | 12 | YOHWOB02**ZER-12
MPM-5020-M10 o 5 20 30 | 19 M10 | 9 14
MPM-5021-M10 o 5 21 30 |19 M10 | 9 14
MPM-6025-M12 o 6 25 35 | 28.6 M12 | 10 17
MPM-7030-M16 ([ 7 30 43 | 29 M16 | 12 22
MPM-8032-M16 (] 8 32 43 | 29 M16 | 12 22
). RIS CA VT —MNIHEBIAA THIEE Ao BIRBRDLIEE LY, EIHIZRHE Cutting conditions
2. EVAS—AYROHEFHHEIFNVIFP.2ETSELIEE W,
(M6.MBH o RICIFFAR/INF(DST A ) DIERZEHRELET ) 75&7&3@% ﬁ%ﬁé‘;&%};ﬂz
Note) 1. All cutters are supplied without inserts. —_ DSW-1B40H | 04
2. Please see page 2 for recommended tightening torque.
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.)
SEAR/VF (M6.M8F)
ANFE RUTAX WIIFILD —EE W Ed R<
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

¥Ya—MN\YRIVEERCROBEZRLELET,
* DS type spanner wrench prevented over-tightening, due to short handle specification.

0 [ @ : X—H—7EEm Standard stock items O : iEHFERER Soon to be stocked O : BN F<IEDREFEE Soon to be deleted
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PA Ak a8 End mill type
' )
Er e G WD S#HID HEAIT
WPMERZ PME type
@=3ED A For high feed milling
e s e e———
AL 04
R1~R2 / 42 4s
L
@SHIDA For shoulder milling
S e —— - ¢
R0.2~R0.8 £ &
L
BPME-LS#H#Z PME-LS type
O@=EDH For high feed milling
%LB N |
R1~R2 -k 04
42 4s
L
@EHIDA For shoulder milling
| ——
R0O.2~R0.8
42 4s
L
~  &E(mm) Dimensions WA o —K R B Parts
” —oL icable i 95vTRL| LYF
LT E & TE 73;517 7_'7\/|\ ARG Clajmpscrew Wrench
No. of
Type Cat. No. Stock | 10- 01 C?]%Iént ¢®Dc| 42 | s | L @Ds 50@\0 20;25 gg %
Lo PME2010S10 e | 2| &Y 110 20 60| 80|10
717 | pmesoizsiz | @ | 3 | B |12 20 60 80 12
t
| PME3D14812 ®| 3| B |14 20|60 80 12 |EO**0602kHZER
= ZOMT0602:kxZER DSW-1840H A-06
O>4 | PME2011S10-LS | @ | 2 Wﬁhlc;l]t 11 | 33 | 87 {120 | 10 |YQHWO0602:%%ZER-12
A _
547 | PME3013s12-Ls | @ | 3 | BL 11339 | 81 120 12
Long shank L
type PME3014812-LS | ® | 3 | =~ |14 42 78 120 12

) TILFICA VT —NEHEIFHAATHIF o BEESKRHIZE W,
Note) All cutters are supplied without inserts.

HDHISEEF Cutting conditions @I e VA=A

OS5V TRURE

Clamp screw

H#ERNLT (N-m)

torque

DSW-1840H

0.4

@ | X—H—7EEEm Standard stock items

O : EETERER Soon to be stocked

O FEEDELIEDREFESE Soon to be deleted

O
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MPM/PME [ sis5r >+ -~ WAZIE

=X A
High feed insert

CLEESN15~17~-2) @

=i AR SR bRz

High feed insert for unfavorable condition

SEEMAN—RAVY—k
High hardened steel

A

Lo/

YIHISREE Conite, (2]

RHIVA

Shoulder milling insert

(7 X

A
0 @ﬁ 7
m Q \/\’9"
re = ‘ﬁ.g OET TN 19~21~~—)©
CLEESN5~17~—) @
{JC7560)1%FH
" B - fIEH EFRSS—1 Y9 —h
“MIRROR INSERT” for finishing side & bottom face
_ﬁ/\en
T i
EIBIRAF Coninion (4)
54T R = YERT oy PVDI—F /% PVD coated ~ 7A(mm) Dimensions
Type Gat. No. foerance| 58118 | JC5118| DH102 |JC7560 |JC8015|JC8050| A | T | B | re | 6°
_%ﬁb_ﬁﬁ EOMTO060210ZER M o O o [ ] 6.5/25143/1.0/13°
High feed insert EOMT060220ZER | M | ® | O ® |65/25/43(2013°
[=3e38)::PApw i
High feed insert for EOMWO060210ZER | M o O o o 652514310 13°
unfavorable condition
SEEMHE EOHWO060210ZTR H o () 6.5/25143/1.0/13°
N—RAVH—h -
High hardened steel EOHWO060220ZTR | H () ® 6525432013
ZOMT060202ZER M o o 651254302 13°
BHIDH o
Should?rmilling insert ZOMT060204ZER M [ ) (] 6512514310413
Z0MT060208ZER M () o 6.5/25(43/0.813°
I - @15 | @ YOHWO60203ZER-12| H ° ° 652643 03]13°
55_’(yﬂ-_l\ )
“MIRROR INSERT” for @YOHWUGUZUSZER-12 H o (] 65126430513
finishing side & bottom face | @) YOHW060208ZER-12| H [ [ 6.5/26(43|0.8 13°

17— 10BAUTY,

10 inserts per case.

@ . X—H—7EER Standard stock items

O : EBTEER Soon to be stocked

O | EEDIELIEDREFEE Soon to be deleted
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QMEJIVAA VY —bDFERIT—2ICDWT Discrimination of grade for MPM / PME insert
ME(O—FT4VI)CEICA V=N DEDDDY—IDELEDE T, CERDERICCHRESRLEEL),

Each grade shows different mark around the hole for fool proof.

JC8118 JC8050/JC7560
HRl~v—2 ™

Discrimination
mark

YO RIALH— MAGNETISER

® RS A N—SImEREAAKICE LA BB IET T BEICEY / BB TAE T,
O RS A N—KIMBRZHIL T DT ET. A Y — AU TR DIERRERN 7 v T ULE T
RERICKIREZR T BB DHE TIEFERALEV T EE L,

® \agnetizing 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.
% Please do not use it in the vicinity of the equipment to be influenced with magnetism.

2 & cat No. £ Stock
MAGNETISER ® 1A BAYTT.
piece per case.

@ : X—H—7EEMR Standard stock items O : EBTEER Soon to be stocked O EEHIELIEDREEBEE Soon to be deleted } 0




MSN

TYPE

Ouick & Mini

New generation high feed mill

e

TBE—# (EY25—~v RAF—IVEBIEY +> 2 7—I\)
T=HEE M A Forhigh productivity

MSN Carbide shank holder

AE

GD2: I =52 NE

Fig.1 % ¢D2: 7—=2/ ~jUE Coolant hole dia. Fig.2 Coolant hole dia.
— © ©
() {f———71
YAl i | 7 on’t
L
IR+ TA T Endmill shank type e

BB i i D BR(o)| £

Cat. No. Stock ®Ds 01 L dD1 On° MD »D2 Weight ’
MSN-M6-12-S10C ([ J 10 12 60 9.7 — 0.06 1
MSN-M6-15-S12C (] 12 15 60 11.5 = 0.08 1
MSN-M6-30-S10C [ ] 10 30 80 9.7 — 0.07 1
MSN-M6-30-S12C o 12 30 80 11.5 — 0.11 1
MSN-M6-35T-S12C ([ J 12 35 92 9.5 1730 0.12 2
MSN-M6-50-S10C o 10 50 100 9.7 = M6 3 0.09 1
MSN-M6-50-S12C (] 12 50 100 11.5 — 0.13 1
MSN-M6-57T-S12C o 12 57 114 9.5 1’ 0.14 2
MSN-M6-65T-S16C o 16 65 125 11.2 1" 45’ 0.28 2
MSN-M6-80-S10C [ 10 80 130 9.7 = 0.12 1
MSN-M6-80-S12C ([ J 12 80 130 11.5 — 0.18 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-M8-40T-S20C o 20 40 100 145 | 3 30 0.36 2
MSN-M8-77T-S20C o 20 77 143 145 | 1745 M8 4 0.49 2
MSN-M8-80-S16C ([ J 16 80 135 15.5 = 0.32 1
MSN-M8-120-S16C o 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C o 16 152 207 15.5 — 0.51 1
MSN-M10-20-S20C [ 20 20 80 19.5 — 0.29 1
MSN-M10-40-S20C ([ J 20 40 100 19.5 = 0.39 1
MSN-M10-40T-S20C ([ J 20 40 100 18.5 0 43 M10 4 0.39 2
MSN-M10-70-S20C (] 20 70 130 19.5 = 0.50 1
MSN-M10-85T-S25C o 25 85 161 18.5 2 0.90 2

&) EVAS—AYROBERMLINLIEP.2Z TSRS,

Note) Please see page 2 for recommended tightening torque.

(9 )

@ | X—AH—7EEm Standard stock items

O : 3EETERES Soon to be stocked

O FTEEDELIEDREEFESE Soon to be deleted
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MSN | BE—#l Eva5—~vrRz—L@Ey+> o 7—/\) IR

TYPE

=52 RIUTFEE Through coolanthole JX =EESENN TR For high productivity o
1 P

OD2: I =52 hUE

Fig1 g ¢D2: —3>>/ hJUE Coolant hole dia. Fig.2 % Coolant hole dia.
g ] Q ©
A= 1 g e
R ‘ % ASY Q

(3 ‘ Q

21 s
i 21 on’ |
L

IR+ T4 T Endmill shank type

= . < 5&(mm) Dimensions 8 () -
Cat. No. Stock oDs 01 L dD1 On° MD oD2 Weight ’
MSN-M10-90-S20C ( 20 90 150 19.5 — 0.60 1
MSN-M10-90T-S20C { 20 90 150 18.5 0" 19 0.58 2
MSN-M10-140-S20C ([ J 20 140 200 19.5 — MA10 4 0.80 1
MSN-M10-140T-S20C ([ J 20 140 200 18.5 012 0.77 2
MSN-M10-160-S20C (] 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C ([ J 20 210 270 19.5 = 1.07 1
MSN-M12-25-S25C (] 25 25 90 24 — 0.53 1
MSN-M12-55-825C () 25 55 120 24 — 0.72 1
MSN-M12-100T-S32C o 32 100 180 23.5 2 1.61 2
MSN-M12-105-S25C ([ J 25 105 170 24 = M12 6 1.03 1
MSN-M12-135-825C (] 25 135 215 24 — 1.30 1
MSN-M12-155-825C ([ J 25 155 220 24 = 1.34 1
MSN-M12-200-S25C (] 25 200 265 24 — 1.58 1
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 ([ J 32 97 177 29 — 1.64 1
MSN-M16-105-S32C () 32 105 170 29 = 1.59 1
MSN-M16-117T-S32C ) 32 117 197 29 0" 38 1.88 2
MSN-M16-127-S32C ([ J 32 127 207 29 = 1.89 1
MSN-M16-127T-S32C (] 32 127 207 29 0° 30’ Mig 8 2.23 2
MSN-M16-155-S32C ([ J 32 155 220 29 = 2.04 1
MSN-M16-177-S32C (] 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C ( 32 177 257 29 023 2.78 2
MSN-M16-195-S32C (] 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C o 32 197 277 29 0’ 23 3.00 2
MSN-M16-225-832C ([ J 32 225 290 29 — 2.57 1
MSN-M16-245-S32C ( 32 245 310 29 — 2.74 1
MSN-M16-295-S32C ([ J 32 295 360 29 — 3.17 1

&) EYVAS—AYROHEEFBMINLIEP.22TSRIIZE . Note) Please see page 2 for recommended tightening torque.

[ @ . X—H—7EER Standard stock items O : iEETEER Soon to be stocked O FEEDELIEDREFESE Soon to be deleted } @
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e

e

MSN Carbide shank holder

B~

% ¢D2: 2 —3=/ ~JUE Coolant hole dia.
’Eiﬁ?i - S - i §
S
L
AL —K7P—=I\5 A 7 straightarhor type

B o= i ~  A(mm) Dimensions 8 (k)

Cat. No. Stock ¢Ds L MD oD2 Weight
MSN-M6-67S-89.8C ( 67 0.06
MSN-M6-1078-S9.8C ( 98 107 Me 3 0.10
MSN-M6-828-S10C (] 10 82 M6 5 0.08
MSN-M6-122S-S10C ([ ] 122 0.12
MSN-M6-80S-S11.8C L 118 80 M6 3 0.11
MSN-M6-1208-S11.8C [ 120 0.17
MSN-M6-90S-S12C ( 12 90 e 5 0.13
MSN-M6-1308-S12C ( 130 0.19
MSN-M8-978-S15C (] 97 0.21
MSN-M8-147S-S15C ([ ] 15 147 M8 4 0.33
MSN-M8-1978-S15C L 197 0.44
MSN-M8-107S-S16C [ 107 0.27

16 M8 4
MSN-M8-1578-S16C ( 157 0.40
MSN-M10-130S-S18C ( 130 0.42
MSN-M10-190S-S18C [ 18 190 M10 4 0.62
MSN-M10-240S-S18C ([ ] 240 0.89
MSN-M10-130S-S20C L 130 0.53
MSN-M10-190S-S20C o 20 190 M10 4 0.78
MSN-M10-250S-S20C ([ ] 250 1.02
MSN-M12-1858-S23C ( o 185 e 5 0.98
MSN-M12-265S-S23C [ 265 1.42
MSN-M12-185S-824C ([ ] o 185 Ve : 1.07
MSN-M12-265S-S24C L 265 1.54
MSN-M12-145S-S25C o 145 0.91
MSN-M12-215S-825C ([ ] 25 215 M12 6 1.36
MSN-M12-2858-S25C ( 285 1.80
MSN-M16-160S-S28C [ 160 1.22
MSN-M16-230S-S28C ([ ] 28 230 M16 8 1.77
MSN-M16-310S-S28C L 310 2.41
MSN-M16-1578-832C [ ] 157 1.61
MSN-M16-217S-832C ([ ] 32 217 oo 8 2.22
MSN-M16-2878-S32C ( 287 2.94
MSN-M16-357S-832C o 357 3.66
&) EVAS—AYROHEERHMINLIEP.2ETSRIIZEN Note) Please see page 2 for recommended tightening torque.

(11}

@ . X—H—7EER Standard stock items

O : EBTEER Soon to be stocked

O FEEDELIEDREFESE Soon to be deleted
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MGN‘ - e R =1 ls WACSHE S ERNI 8::p E2D VIEV2Z A2 00N - MGN G-Body steel shank holder

TYPE

) [€E=

=352 RJUYFE Through coolanthole

OSAIEN DOMAEICENSG-Body @Y3—hIA7

OXRHUREHEVWIITPRINLE O < Fllid Z S K BERIEXIRICIE.
JAZAMNT =TV RICHEBNBEEG-Body (RF =LY+ T) ZHRVILULET,

eAdopted ultra-rigid and improved body durability "G-Body". eShort type

eCost-effective and high strength steel shank holder.

% oD2: —Z> hjUE Coolant hole dia.

f 2
L | 3
21 |
L
IRV v T4 T Endmill shank type
o E(mm) Dimensi
ﬁ; § EE __r /f( ) Imensions E%(kg)
Cat. No. Stock ®Ds Y& L oD1 on° MD oD2 Weight
MGN-M8-17-S16 ([ J 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 ([ J 25 35 105 24 — M12 4 0.36
MGN-M12-85-S25 ([ J 25 85 165 24 — M12 4 0.57
MGN-M16-37-S32 [ 32 37 107 29 — M16 6 0.56
MGN-M16-77-832 (] 32 77 157 29 = M16 6 0.83

F) QVEILEITQMT YT AETREIG-Body#H SO B DUIAISKE(E. P.14~27, P.36~88DIFEHIRMRZZ DFFEALIEE L,

Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 14 —27, page 36—88).

M EREICENZEE M+ REOGNLIE(IC KXY REES65HRCL EEBEEMN DAER < BRI T, A&
AUB IO T EEGERERIMILRLE30% U L7 v, BEBIITREICORNZRIELE T,

ESIC VKT DBE. BOREEINFITIMROHIFT,

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

BEY Y I—A8 7 —IN[BT/HSKY+ 94 T IFTBESHS
Adopted GN surfacePlease scan the below QR code for the other arbor
(MSA type intergrated carbide shank)

@ : X—H—7EER Standard stock items O : EBTEER Soon to be stocked O EEHIELIEDREEBEE Soon to be deleted

@
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@

y)|me=={ /R Cutting data for "QM MILL"

e

1

1. ARZEHEERR MRS v NI Pocket milling for aircraft parts

KT YMMIT Pocket milling & ¥ Partname | FARE—X Test piece
ZHURE Overhung length : 70mm "
10 <
To| # Bl # Material INCO718
#=
-l
fiE & Hardness 40HRC
jmmmmm o ’ MPM-5020-M10
g o & ToolNo. | eNMI0-40-520C
©
05! Z" | {UY—MUE InsertNo. | EOMT060210ZER
Y L) # Grade Jcs118
@ &R E _ . _ ;
oo E = n, (\c) N=478min", Vc=30m/min
< % > S0 ﬁ UUE g Vi, (f) V{=956mm/min, f=2mm/rev
2
2
%3 dp(mm) 0.3mm
8
#ER Result #g de(mm) 20mm
3
ZE S o . 2573 DVb — 5 3 = =~ Wet cut
g?n??n%f{ﬁﬁ%%?f%%ﬁo SEDVbmaxid 7 S Vb Coolant ER(@EEI—3VN) (high coolant pressure)
MPM works very well. After 25min, Vbmax was 0.2mm.
Still able to cont)i/nue. £ F§ # #  Machine #HZMC  Horizontal MC

2. A7V LA DOEHEZERIT High efficient machining

for stainless steel

BN Slot milling 2 i Partname | ZL)—b Plate
ER/\A AT VRZ)VEMF HSS endmill - .
V{=40mm/min 1
Q=7.2cc/min, 360cc/TYRS)L 148 endmill *ijg # Bl #  Material SUS304
2000 #
fiE & Hardness —
& MPM-5020-M10
£ o & ToolNo. | eNMI0-20-520C
(o]
Z" | {UY—ME InsertNo. | EOMT060210ZER
bVl & Grade JC8050
@ &R E _ Ve :
A pHEs NW n=1,600min", Vc=101m/min
20 EUEE
< = Vi (f) Vi=4,000mm/min, f=2.5mm/rev
x W OE
of L[ .
c
2
%35 | dpmm) 0.3mm
8
#5R Result 1¢.§’ de(mm) 20mm
5
o
QML IFENHI < FHRHEQ=24cc/min. _ . . _
&5Q=900cc/1d—F, 7 —3 Yk Coolant I77—7'0— Airblow
NA ZADIMEDEEES LUEDEEN.
QM mill remove Q=24cc/min.
Total Q=900cc/corner. i A # W  Machine ITFEMC Vertical MC

QM mill improved 3 times or more productivity & life.




HIUBELE

// DIJET

winls VNSl mEnl 2 2y ¢zt Definition of corner shape for programming

P~ BLAHE
Over Cut

Remains

F075L 3—FR %/
Corner radius for programming =
©
f
- =7
W=1.7

(mm)
FOJ3>4 d—FR BLAHE HIVZLE
Corner radius for programming Over Cut Remains
R1.0 (E 7 standard) 0 017
R1.5 0.09 0.08
R2.0 0.30 0

F) 095 LA0—FRER2ICHET BHEF.
J—7FR24 25—k~ (EOMT060220ZERH LLIFEOHW060220ZTR) Z

ERATNHELRERSTETT,

Note) In case of setting corner radius for programming to R2, recommend to use
corner radius R2 type insert (EOMT060220ZER or EOHW060220ZTR).

EO::HZ AKRRA /Y —NCBIFDHI7OT 71 IVl TEOFEEHIR

Attention for profile milling with EQ=<*-type inserts
SVEY I I Ramping

AUAJIVINI Helical interpolation

¢Dh

TE®& ¢Dc

=

4]
|

N

05T AUDIVIITIHEE REZAZEYHISRERD70% LT

THIULTLEE L,

ORVUUY INITHE, B5EX ) ERE ZIREEISRERD50% LU T T

MIULTLEEE L,

ORVUYVINTRHCIE ERULERVLWIVK THRUBBBEEN HUE
TOT.REICFTFERBLTLEE L,

|
¢dc

YV—LINZ
Tool pass dia.

@Y—/UIKRDERFE

Calculation of tool pass dia.

¢dc = pDn—@pDc

TR
Bore dia.

I8#&
Tool dia.

r [_/\ h O —FUDDYBAIRE HRALAH
s [ AN \ FEQPEMABFVNESICLTLRZE L,
S \ / Depth of cut per one circuit should not exceed
[ , max. depth of cut ap.

_

QY- )VI\ZADEEHFBIET IV v
[CIEDLORIFETEIDICLTLIZE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

®In 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.
®Long consecutive chips may come out in case of drilling, confirm

the safe condition sufficiently.

- SUETIMT NUFILRE AT
) e IEEE%J?I]%I Hi’?‘;?aﬁgj —— IF:;n;)J;;Jg{Aa:W*(a S Helical interpolation
Jg; . N? T?ﬁql r:i]i)a. Eff. ((j);’fting Magf. gjtpth %E?g: Q(f.‘i‘) BHS?E% @Eﬁug-z: L (Fr)nm) Mgi?.db\oygfa. M%?Eﬁ?i.
(mm) (mm) Ma:r']g;femepjng Total cutting length at Max. dp Dhmin (mm) | Dh max (mm)

MPM-2010-M6 10 6.6 0.3 2°18' 7.5 15 18
MPM-2011-M6 11 7.6 0.3 1° 54’ 9 17 20
MPM-3012-M6 12 8.5 0.3 1° 36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1° 24! 12.3 21 24
MPM-3015-M8 15 11.5 0.4 1°12' 191 25 28
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0° 54' 25.5 29 32
MPM-4018-M8 18 14.5 0.4 0° 51' 27.0 31 34
MPM-5020-M10 20 16.5 0.4 0° 45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0°42' 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0° 30' 45.8 45 48
MPM-7030-M16 30 26.5 0.4 0° 27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0° 24' 57.3 59 62
PME2010S10 10 6.6 0.3 2°18' 7.5 15 18
PME2011S10-LS 11 7.6 0.3 1° 54 9 17 20
PME3012812 12 8.5 0.3 1° 36' 10.7 19 22
PME3013812-LS 13 9.5 0.3 1° 24’ 12.3 21 24
PME3014S12 (-LS) | 14 10.5 0.3 1° 18 13.2 23 26

A BRAEE 0.5 ATICTERLIEE L (LEaEZB AWK DI

CERELIZEWL) .

Note) The ramping angle 0.5° or less is recommended (please refer to the above table).
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EiXDAEOMT/WH TR 9 — N EEIHIRG o
Recommended cutting conditions for "EOMT/W-type inserts"
QM=)L. MPMF; + TBE—R(EY 15— \vyREAZ—)VEBEI v 7 —]\) MPM and MSN type
e, TE&Z(mm) Tool dia.
walkt | H—k 10/11 12/13/15 16/17/18
Work materials | #4%& X#L No.of teeth 2N X# No.ofteeth 3N T No. of teeth 4N
Grades g ap Qe n Vi 4 ap Qe n f e ap e n f
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
RS ~ ~ ~
(4%5:6—\0’5559) Jersso |20 03 6 3820|4580 60 | 0.3 8 3180|5720 70 | 0.4 122,390 | 8,600
e 250HBLIT EJCSOSO; 75 | 025 | ~6 3,440 3720 80 | 025 | ~8 2,860 4,630 120 | 03 | ~12 2,150 | 6,970
JC8118
5050, 058) 100 | 02 | ~5 | 3,060 2940| 110 | 02 | ~7 |2540|3,660| 160 | 0.25 | ~12 | 1,910 | 5500
TE ~ ~ ~
(k05T Se01), | scrseo 50 | 0.3 6 3,500 4200 60 | 0.3 8 12,920/5260| 70 | 0.4 12/ 2,190 | 7,880
e D UosteD)| 75 | 02 | ~6 | 3150|3400 0 | 02 | ~B |2630|4260| 120 | 03 | ~12]1,070) 6380
JC8118
i Sayt ol 100 | 0.15 | ~5 [2,800|2,690 | 110 | 0.15 | ~7 |2,340|3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
JUN\—RVEE ~ ~ ~
P o0 | st 50 | 0.3 6 3500|4200 60 | 0.3 8 29205260 70 | 0.4 12/ 2,190 | 7,880
e 30-36HRC EJC7560; 75 1025 | ~6 3,150 3,400| 80 | 025 | ~8 2,630 4,260 120 | 03 | ~12 1,970 | 6,380
JC8050
(12311, £20) 100 | 0.2 | ~5 2,800 |2690| 110 | 0.2 | ~7 12,340 3370| 160 | 025 | ~12 | 1,750 | 4,900
Tl 50 | 0.3 6 2860|3150 60 | 0.3 8 (2390|3940 70 | 03 121,790 | 5,010
Toticol | (Caose| 75 | 025 | ~6 |2570|2540| 80 | 025 | ~8 | 2150 3,190 | 120 | 0.25 | ~12 | 1,610 | 4,060
T 100 | 02 | ~5 | 2290|2010 110 | 02 | ~7 1910|2520 160 | 02 | ~12 | 1430 3,200
1% ATSE ~ ~ ~
o 50 | 0.25 | ~6 |2,230(2,230| 60 | 025 | ~8 1,860 /2,790| 70 | 0.3 121,390 | 3,340
qar;eneadiesteﬁﬂ (Caosey| 75 | 015 | ~6 | 2010 1810| 80 | 0.15 | ~8 |1670|2,250| 120 | 02 | ~12 1,250 2700
L etine 00| - | - | - - |10 - | - | - -[tw60 - -] -] -
1A ~ ~ ~
sl Sl 50 | 0.1 6 | 950| 470 60 | 0.1 8 | 800| 600 70 | 015 | ~12] 600| 600
Hardened die stegl EOMWsz i B B B - 80 B B B B 120 | 01 ~12 | 540| 490
(12344, 1.2376) w0 | - | - | - -[m] -] -] -] -T]w]|-1-1-1-
B35 85 L 50 | 03 | ~6 |4,780|5740| 60 03 | ~8 3980 7,60| 70 | 0.4 | ~12 | 2,980 10,730
fEE300HBLLT | JC8118 ~ ~ _
B | (Cseoy| 75 | 025 | ~6 | 4300 4640| 80 | 025 | ~8 | 3580 5800 120 | 035 | ~12 2680 | 8,680
p\5G, 66E) 100 | 02 | ~6 |3820]3670| 110 | 02 | ~8 | 3,180 4580| 160 | 03 | ~12  2.380] 6,850
z(;yuz)m 50 | 03 | ~6 |3,820/4580| 60 | 03 | ~8 3180 5720| 70 | 0.4 | ~12 2390 | 8600
SUS304
m250HBLIT | (000 | 75 | 02 | ~6 [3440(3720| 80 | 02 | ~B 2860 4630| 120 | 0.3 | ~12 2150 6,880
Stainless 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
50 | 0.3 | ~6 |1,910(1,910| 60 | 03 | ~8 |[1,590/2380| 70 | 0.3 | ~12 1,190 2,380
FHIVEE JC7560
(TH6AM4V)  |(Jcst18)| 75 | 02 | ~6 1,720 1550 80 | 0.2 | ~8 | 1,430 1,930| 120 | 0.25 | ~12 | 1,070 | 1,930
Titaniumalloy | (JC8050)
100 | 015 | ~5 1,530 |1,220| 110 | 015 | ~7 | 1,270 1520 160 | 0.2 | ~12 | 950 1,520
50 |03 | ~6 | 950 760| 60 | 0.3 | ~8 | 800 960| 70 | 0.3 | ~12| 600| 960
Ma#as | Jos118
(NCO718)  |(JC7560)| 75 | 02 | ~6 | 850 | 760| 80 | 0.2 | ~8 | 720 780| 120 | 0.25 | ~12 | 540| 780
Inconel (JC8050)
100 | 015 | ~5 | 760| 610| 110 | 0.15 | ~7 | 640 610 160 | 0.2 | ~12| 480| 610

R IDRINRHEULES, ap: #ARDEYLAALRE,

Qe: ¥RERARDYHAKREE, n: TEOERE, Vi ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) LEEDUIHISEME FERAIES KD — TR U TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX DV BEUTLIREV. 3V IOEmREZ T IF TERLIEE L,

FeRRU T HHEU DRV EEFEZ BV TEE L,

3) B NITREDHEF. FTVAFRIEZLTLREEVRICNB KV VIZ T IFTERLEE WL,
4) I7 =7 O— LIPS TREMBZT>TRE W FHIC IIEMCTOFvETA ML TRV FTRURISERLSEE W,

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.
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EiXbAEOMT/WH; FF3THR-1 Y —b iEELEISRE (1)

Recommended cutting conditions for "EOMT/W-type inserts"
QM=JL. MPM#A + mBE—®& (T 15— NYRAFA—IVEBE+>277—] ) MPM and MSN type

e, TE&Z(mm) Tool dia.
wEldt | o—b 20/21 25
Work materials | #4%& X# No.of teeth BN F# No. of teeth BN
Grades 4 ap Qe n Vi 4 ap Qe n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
Rl ~ ~
S 0| sors00 70 0.4 14 | 1910 | 8600 90 0.4 18 | 1530 | 8260
i e uoeos)| 120 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 1380 | 6,710
JC8118
5050, 058) 190 | 025 | ~14 | 1530 | 5510 | 210 025 | ~18 | 1220 | 5270
TE§ ~ -
(k05T G011, | sorseo 70 0.4 14 | 1750 | 7,880 90 0.4 18 | 1400 | 7,560
g aalEbl e || 120 0.3 ~14 | 1580 | 6400 | 140 03 ~18 | 1260 | 6,120
JC8118
G L) 190 | 025 | ~14 | 1400 | 5040 | 210 025 | ~18 | 1120 | 4840
TUN\—RVEE ~ ~
e o | s 70 0.4 14 | 1750 | 7,880 90 0.4 18 | 1,400 | 7,560
e 30-86HRAC crsen) | 120 0.3 ~14 | 1580 | 6400 | 140 0.3 ~18 | 1260 | 6,120
JC8050
(12311, £20) 190 | 025 | ~14 | 1,400 | 5040 | 210 | 025 | ~18 | 1120 | 4840
TUIN\—R 2§ ~ o
T ] 70 0.3 14 | 1430 | 5,000 90 0.3 18 | 1,150 | 4,830
Mot C |(1Gausgy| 120 0.25 ~14 | 1290 | 4060 | 140 0.25 ~18 | 1,040 | 3930
Tl 190 | 02 ~14 | 1,140 | 3190 | 210 02 ~18 920 | 3,000
1 ATSE ~ ~
o 70 0.3 14 | 1110 | 3330 90 0.3 18 890 | 3,200
H@@gg%’?‘;ﬁg?' Ocaosy| 120 0.2 ~14 | 1000 | 2700 | 140 0.2 ~18 800 | 2,590
"42-52HRC 190 - - - - 210 - - - -
AT ~ ~
oS 70 0.15 14 480 600 90 0.15 18 380 570
Fﬁ%ﬁd?i&?&el | 1 0.1 ~14 430 480 | 140 0.1 ~18 340 460
55-62HRC 190 - - - - 210 - - - -
BI% 85 L 70 0.4 ~14 | 2390 | 10,750 90 0.4 ~18 | 1910 | 10310
FEE300HBLLT | JCB118 ~ N
B [ (Gseo| 120 0.35 14 | 2150 | 8710 | 140 0.35 18 | 1720 | 8360
5.6, 66E) 190 | 03 ~14 | 1910 | 680 | 210 03 ~18 | 1530 | 6610
252 70 0.4 ~14 | 1910 | 8,600 90 0.4 ~18 | 1530 | 8260
S oRBLIT | 208050 [0 0.3 ~14 | 1720 | 6970 | 140 0.3 ~18 | 138 | 6710
o (JC7560) : ; ; : ’ ’
Stainless steel
Below 250HB 190 0.25 ~14 1,530 5,510 210 0.25 ~18 1,220 5,270
70 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
FHVEE JC7560
(Ti-6A-4v)  [(JC8118)| 120 0.25 ~14 860 | 1,940 | 140 0.25 ~18 680 1,840
Titaniumalloy | (JC8050)
190 0.2 ~14 760 | 1520 | 210 0.2 ~18 610 1,460
70 0.3 ~14 480 960 90 0.3 ~18 380 910
mmas | J8118
(INco718)  |(JC7560)| 120 0.25 ~14 430 860 | 140 0.25 ~18 340 730
Inconel (JC8050)
190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

2 IVRINBHULES, ap: ARIDYHAHKRS, Qe: ¥RABDYTNAHES, N : TEEEERE, Vi: E)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EOEFREIR
1) LEEDUIHISES . RIS KO — IR U TRELIEE L,
2) UUWHRELUBEF AAHFSZ LEEMIEXVBEUTLIREEV. 3V IOEmEREZ T IF TERALIEE L,
FeRRU T HHEU DRV EEFEZ BN T EE L,
3) MBI NITREDEEF. FTVNAHFRIE XL TLREEVRICNB LV VIZFIFTERLEE WL,
4) I7 =7 O— LXK TREMEZT>TRE W FHIC IIEMCTOFvETA NI TRV FTRURISERLSZE W,

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.



Ouick & Mini

New generation high feed mill

e],

EiXb AEOMT/WH; FF3THR1 Y —b EELEISRt (1)

Recommended cutting conditions for "EOMT/W-type inserts"
QM=ZJb. MPM#A + mEE—®(EY 15— NYRAF—IVEBIE+>27—J ) MPM and MSN type

e, TE&Z(mm) Tool dia.
# Bl A4 HY—k 30 32
Work materials | #47& H# No.ofteeth 7N X% No. ofteeth 8N
Grades 2 ap Qe n Vi 2 ap ae n 3
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
RE ~ ~
T8 0| s 100 0.4 22 | 1,270 8,000 | 100 0.4 24 | 1,190 8,570
W 250HBLLT EJCSOSO; 150 0.3 ~22 | 1,40 | 6460 | 150 0.3 ~24 | 1,070 | 6930
JC8118
5050, 058) 210 | 025 | ~22 | 1020 | 5140 | 210 025 | ~24 950 | 5470
T2 ~ —
(k61 S011) | Jorseo 100 04 2 | 1,170 7,370 | 100 0.4 24 | 1,090 7,850
e D EJCSO50; 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350
JC8118

i Sayt ol 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5,010

FUN\—R U8R ~ N

(HPVIZ, PX5.P20) | Jos118 100 0.4 22 1,170 7,370 100 04 24 1,090 7,850

R 30-36HRAC crse0)| 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350

JC8050
(1,231, £20) 210 025 | ~22 940 | 5330 | 210 025 | ~24 870 | 5010

FUN—R8 ~ —

TN - 100 0.3 22 950 4660 | 100 0.3 24 900 5,040
Yoo C |(iceosmy| 159 0.25 ~22 860 3790 | 150 0.25 ~24 810 4,080
I 210 0.2 ~22 760 | 2980 | 210 0.2 ~24 720 | 3220
1B AR ~ ~

(%@&’E%EH%H@ o 100 0.3 22 740 3,110 100 0.3 24 700 3,360

Hardened die stegl (JC8050) 150 02 ~22 670 2,530 150 0.2 ~24 600 2,590

(1.2344,1.2379) 210 015 | ~22 590 | 1980 | 210 015 | ~24 500 | 1,920
B AR ~ ~

stsbhon| 100 0.15 22 320 560 | 100 0.15 24 300 600

1?@523"1‘“533%3)9' oo 150 0.1 ~22 290 460 | 150 0.1 ~24 270 490
"55-62HRC 210 - - = = 210 - = = =

055 575 100 0.4 ~22 | 1590 | 10,000 | 100 0.4 ~24 | 1490 | 10,730

@ 300HBLLT | JCB118 _ ~

GreyL&NoduIarcastiron (JC7560) 150 0.35 22 1,430 8,110 150 0.35 24 1,340 8,680
p\5G, 66E) 210 0.3 ~22 | 1270 | 6400 | 210 03 ~24 | 1190 | 6850
X(j_-ylzx)ﬁlﬁ 100 0.4 ~22 | 1270 8,000 | 100 0.4 ~24 | 1190 8,570

SUS304

B 250HBLIT Doyl 150 | 03 ~22 | 1,140 | 6460 | 150 | 03 ~24 | 1070 | 6930
alniess stee
Below 250HB 210 0.25 ~22 | 1,020 5140 | 210 0.25 ~24 950 5,470

100 0.3 ~22 640 2240 | 100 0.3 ~24 600 2,400

FYVEE JC7560
(TH6AM4V) | (Jc8t18)| 150 0.25 ~22 580 1,830 | 150 0.25 ~24 540 1,940

Titani Il JC8050
panmater|{ ) 210 0.2 ~22 510 1,430 210 0.2 ~24 480 1,540
100 0.3 ~22 320 900 | 100 0.3 ~24 300 960

m#as | Jo8118
(NCO718) | (JC7560)| 150 0.25 ~22 290 730 | 150 0.25 ~24 270 780

Inconel (JC8050)
210 0.2 ~22 260 580 | 210 0.2 ~24 240 610

R IVRINEHEULRS, ap: ARDYNAALRE, Ge: ¥ RAMDYNAHEE, n: TEOERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEA EDOFREIR
1) LEEDUIHISEME FERAIES KD — TR U TRELZE W,
2) UUWHREUHER AIAHFESZ LERMEX DV BEUTLIREV. 3V IOEmREZ T IF TERLIEE L,
FeRRU T HHEU DRV EEFEZ BV TEE L,
3) B NITREDHEF. FTVAFRIEZLTLREEVRICNB KV VIZ T IFTERLEE WL,
4) I7 =7 O— LIPS TREMBZT>TRE W FHIC IIEMCTOFvETA ML TRV FTRURISERLSEE W,

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.

m 4) Use air blow.



RIEEMAEOHWHZ I3 Y —b {RHECIHISEE

Recommended cutting conditions for "EOHW-type inserts"
QM=)L. MPMF + lEE—8(EY 15— NYRAF—IVEBE +>277—) ) MPM and MSN type

// DIJET

(2]

e, TE&Z(mm) Tool dia.
wus | o—r 10/11 12/13/15 16/17/18
Work materials | #47& H#4 No. of teeth 2N FE No. of teeth 3N X#% No. of teeth 4N
Grades g ap ae n Vi 2 ap ae n Vi g ap ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
o 40 | 020 | ~6 2,860 2860 50 | 0.20 | ~7 |2,390|3590| 65 | 0.25 | ~12 | 1,790 | 4,300
fRC42-52MMC | ycst18 | 60 | 0.15 | ~6 | 2,570 2,060| 70 | 0.15 | ~7 2,150 2,580 | 95 | 0.20 | ~12 | 1,610 | 3,090
(1.2344,1.2379) 80 | 010 | ~6 |2290|1370| 95 | 010 | ~7 [1,910|1,720| 125 | 0.10 | ~12 | 1,430 | 2,060
o e 40 | 045 | ~6 | 2,550 1,530 | 50 | 0.15 | ~7 |2,120 | 1,900| 65 | 0.15 | ~12 | 1,590 | 1,900
FRC55-62HAC | pH102 | 60 | 010 | ~6 2,300 | 1,240| 70 | 010 | ~7 |1,910 1,550 | 95 | 0.10 | ~12 | 1,430 | 1,520
g 80| - | -] -] -l | -] -]-1]-1lws|-]-1]-71-
qAY TE&Z(mm) Tool dia.
Wl | o=k 20/ 21 25
Work materials | #47& H#4 No. of teeth 5N F# No. of teeth BN
Grades | £ | ap | ae n Vi | £ | ap | e n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)
(KoL Sl ) 80 | 0.25 | ~14 1,430 |4,290| 100 | 0.25 | ~18 | 1,150 | 4,140
fEC42-52HPC | cst18 | 120 | 0.2 | ~14 1,200 3,100 | 150 | 02 | ~18 | 1,040 | 3,000
(12344, 1.2879) 160 | 010 | ~14 | 1,140 | 2,050 | 200 | 0.10 | ~18 | 920/ 1,990
o e 80 | 0.15 | ~14 11,270 | 1,900 | 100 | 0.15 | ~18 | 1,020 | 1,840
[RC55 62HAC | DH102 | 120 | 0.1 | ~14 | 1,140| 1,540 | 150 | 0.1 | ~18 | 920|1,490
(1.2344, 1.2379)
55-62HRC 160 = = - - 200 = - - _
qAY TE&Z(mm) Tool dia.
18 Hll 44 H—k 30 32
Work materials | #4%& XE No. of teeth 7N K% No. of teeth 8N
Grades | £ | ap | ae n Vi | £ | ap | ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)
(SKD%)BQ?MDHA) 120 | 025 | ~22 | 950 |3,990| 120 | 0.25 | ~24 | 900 | 4,320
fEC42-52HPC | ycst18 | 180 | 0.20 | ~22 | 860 | 2,890 | 180 | 0.20 | ~24 | 810 |3,110
(12344, 1.2679) 240 | 010 | ~22 | 760 |1,920| 240 | 0.10 | ~24 | 720 | 2,070
(smﬁ%ﬂﬁ%om 120 | 015 | ~22 | 850 |1,780| 120 | 0.15 | ~24 | 800 | 1,920
fECo0-62HMC | DH102 | 180 | 0.10 | ~22 | 760 | 1,430 | 180 | 0.10 | ~24 | 720 | 1,560
(1.2344, 1.2379)
55-62HRC 240 — — - - 240 - - - _

R IFINRHLRE, ap: BARDYNAARE, 8e: FBEABDYHAKRE, n: TEMEERE, Vi R)EE

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

W{ERALOFREIR

1) LSRRI RIS KO —IBIMEICRUTRELIEE L,

2) BUUHhRELR

3) BMEBNTEDZEE. FTVNAHFREIEZLTLREEV RICNB KV VIZ T IFTERLEE L,
4) I7—70— LKW TREDEZTH>TREE W, FIC IEMCTOFvETANIITIFII S FTRRITERLEE L,

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.

FG1F AR Z LFEMELVBEUTKEE V. B2 VXV EREZ T FTERLIEE L,



Ouick & Mini

New generation high feed mill
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BEIDH ZOMTHZ H5e3HRA Y —b RECDHISEM

Recommended cutting conditions for "ZOMT-type inseris"

QM=ZJL. MPM#A + mBE—®&(EY 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

A TE&Z(mm) Tool dia.

41 H—K 10/11 12/13/15 16/17/18

Work materials | #47& HEL No.ofteeth 2N FE No.ofteeth 3N T#E No. of teeth 4N
Grades g dp |@pxae| N Vi g dp |8pxge| N %8 g ap |apxae| n %8
(mm) | (mm) | (mm?) | (min) |(mm/min)] (mm) | (mm) [ (mm?3) | (min?) [(mm/min)| (mm) | (mm) | (mm3) | (min™) |(mm/min)
Pt 50 | ~4.0| ~6.0 5090 | 810 | 60 | ~4.0| ~8.014,240/1,020| 70 | ~5.0 ~10.0/ 3,180 1,020

(S50, 3558 L5118
fEX250HBATT ~ —~ —_ ~ ~ ~

eronsea | (csos0)| 78 12| ~1.814580| 640 | 80 | ~1.7 | ~2.6/3,820| 800| 120 | ~2.0| ~3.0 2,860 | 800

o0, C56). 100 | ~0.5 | ~0.8|4,070 | 490 | 110 | ~0.6| ~1.2|3,390| 610| 160 | ~0.7 | ~1.3| 2,540 | 610

TEH 50 | ~4.0 ~6.0 4,780 | 570 | 60 | ~4.0| ~8.0|3,980| 720| 70 |~5.0 ~10.0 2,990 | 720

(SKD61, SKD11) Jc5118
EE255HBELTR ~ —~ —_ —_ ~ .

S (ceoso)| 7 12| ~1.814,300| 430 | 80 | ~1.7| ~2.6/3580| 540| 120 | ~2.0| ~3.0 2,690 | 540
S 100 | ~05 | ~0.8 3,820 | 310 | 110 | ~0.6| ~12 3,180  380| 160 | ~0.7 | ~1.3 2390 | 380
TUN=R 5l 50 | ~3.0 ~4.0/3820| 460 | 60 | ~3.0| ~45|3,180| 570| 70 | ~4.0| ~6.0 2390 | 570
(HPM?7, PX5,NAKS0, P20) 168050
fEE30-43HRC — —~ — - —~ —~

T~ | cste)| 78 12| ~16[3/440| 340 | 80 | ~13| ~1.8/2860| 430| 120 | ~1.7| ~22 2,150 430

(1.2311, P20) ~ ~

30-43HRC 100 | ~0.5| ~0.8 /3,060 | 240 | 110 | ~0.6| ~1.0 2,540 300| 160 | ~0.6| ~1.11,910| 300
naw(ggaég)wﬁﬁ% 50 | ~4.0|~6.04,780| 760 | 60 | ~4.0| ~8.0 /3,980 960| 70 |~5.0|~10.02,990| 960
B 300HBIL T - 17— 0N | —

B ¢ odulrcagtion | 9C8118 | 75 12| ~1.8/4,300 600 | 80 |~1.7|~2.6|3580| 750| 120 | ~2.0 | ~3.0|2,690 | 750
R 100 | ~05 | ~0.8 3,980 | 480 | 110 | ~0.6| ~12 3180 570| 160 | ~07 | ~1.3 2,390 | 570
27V 50 | ~4.0 ~6.0|4780| 570 | 60 | ~4.0 ~8.0|3,980| 720| 70 |~5.0~10.0 2,990 | 720
(SUS304)

B 250HBLLT | JC8050 | 75 | ~1.2 | ~1.8|4,300| 430 | 80 | ~1.7|~263580| 540| 120 | ~2.0| ~3.0 (2,690 | 540
Stainless steel
Below 250HB 100 | ~0.5| ~0.8|3,820| 310 | 110 | ~06|~1.2|3,180| 380| 160 | ~0.7 | ~1.3 /2,390 | 380

R IDRINRHURS, ap: iABOYIAKRS, Ge: FRAMDYBAKRS, N : TERERE, Vi &RE

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

WERA EDOFEEIR
1) EECDUIHISRME BERAIIES KD — IR TRELEE W,

2) UUWHRELUIBEF ANAHFES Z LEEMIEXBEUTLREV. 2 VFEVREZ T IFTERLEE L,

3) BRE IR BDBEE FTUHAHFREZERLLTLKRE VN RICNB LU VIZTIFTERLIEE

LYo

4) I7 =7 0O—ICEWPI<KTREMBZTOTREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,
5) QM3 Y+ I54 FT54 X PME/PME-LSTEZERDIR(E. LEEHTOTRHENS510%~30% FFTEALEE L,

Flx. WEBH Y O DYIHIEHRZSRIEEV (BELQRI—R&N)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




BHIDH ZOMTH; I5E3SRA 29— FRVIEISEN

Recommended cutting conditions for "ZOMT-type inseris"
QM=ZJL. MPM#A + mBE—®& (T 15— NYRAF—IVEBE+>277—] ) MPM and MSN type

// DIJET

(3]

TEZR(mm) Tool dia.

A4
B+ H—hk 20/21 25
Work materials | #4%& F# No. of teeth BN F# No. of teeth BN
Grades (m€n) (rﬁr%) a(pm>r<n‘2a)e (mﬁ") (mm‘frfnin) (m€n) (r?r%) a(%(n‘za)e (mﬁ") (mm/rfnin)
i 70 ~50 | ~16.0 | 2550 1,020 90 ~50 | ~200 | 2,040 980
(S50C, 355LC) 15118
B 250HBLATF —~ —~ ~ ~
Catonsed |(csoso)| 120 4.0 8.0 | 2300 800 140 4.0 10.0 | 1,840 770
a0, C58). 190 | ~30 | ~40 | 2,040 610 | 210 | ~30 | ~80 | 1630 | 590
TIE® 70 ~50 | ~16.0 | 2,390 720 90 ~50 | ~200 | 1,910 690
(SKD61, SKD11) 15118
@ 255HBLLT _ _ - -

o (caoso)| 120 4.0 8.0 | 2150 540 140 4.0 10.0 | 1,720 520
G 190 | ~30 | ~40 | 1910 380 | 210 | ~30 | ~80 | 1530 | 370
TUN=R 5l 70 ~40 | ~16.0 | 1,910 570 90 ~40 | ~200 | 1,530 550

(HPM7, PX5, NAKS0, P20) 168050
fEer30-43HRC - - - N
T = Csg)| 120 3.0 8.0 | 1,720 430 140 3.0 10.0 | 1,380 410
(1.2311, P20)
30-43HRC 190 ~2.0 ~40 | 1530 300 210 ~20 ~80 | 1,220 290
ma’(féﬁ%g)}bﬁ% 70 ~50 | ~180 | 2,390 960 90 ~50 | ~250 | 1,910 920
@ 300HBLIT - - — —
Grey‘—%Nodulminmn JC8118 120 4.0 10.0 2,150 750 140 4.0 12.0 1,720 720
GG, GGG
Below 300HB 190 ~3.0 ~50 | 1910 570 210 ~3.0 ~90 | 1530 550
27U 70 ~50 | ~16.0 | 2,390 720 90 ~50 | ~200 | 1,910 690
(SUS304)
fE250HBLLT | JC8050 | 120 ~4.0 ~80 | 2,150 540 140 ~40 | ~100 | 1,720 520
Stainless steel
Below 250HB 190 ~3.0 ~40 | 1910 380 210 ~3.0 ~80 | 1530 370

R IVRINEHURE, ap: MARDYNAALRS, ge: XREAMDYNAARS, n: TEAERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDFEEIR
1) EECDUIHISEME FERAIES KD —TEIECIRC TRELEE WV,

2) UUWHRELUIBEE ANAHFS Z LEEBIEXLBHEUTREV, 2 VIFEVREZ T IFTERLEE L,
3) MBI NTREDEHEF. FTVPAHFRIE XL TLREEVRICNB LV VIZ R IFTERLEE L,
4) I7 =7 0— XTI TREMEZIT>TRE W FHIC IIEMCTOFvETA NI TR FTRURISEELSEE W,

5) QMIIV Y+ T54 FT54 X PME/PME-LSTEZERDIR(E. LEEHTOTREHENS510%~30% FFTEALEE L,

Fllx. WEBH Y O DYIHIEHRZSRIEEV (BELQRI—R&KN)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.
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BEIDH ZOMTHZ H5e3HRA Y —b RECDHISEM

Recommended cutting conditions for "ZOMT-type inseris"

QM=ZJL. MPM#A + mBE—®&(EY 15— NYRAFA—IVEBIE+>277—] ) MPM and MSN type

A4 TE&Z(mm) Tool dia.
# Bl 34 HY—k 30 32
Work materials | #4%& F# No.of teeth 7N F#4 No. of teeth 8N
Grades (m€n) (rénlr%) a(pm)r<n§)e (mﬁ'1) (mm\ﬁnin) (mérzn) (rﬁr%) ‘a(pmi(néa)e (mﬁ") (mm\frfnin)
RR 100 ~5.0 ~22.0 1,700 950 100 ~5.0 ~22.0 1,590 1,020
(S50, 3558 L5118
E&250HBLLT ~ - _ _
Earbon stedl |(JC8050) 150 4.0 15.0 1,530 750 150 4.0 15.0 1,430 800
o0, C56). 210 | ~30 | ~80 | 1360 | 570 240 | ~30 | ~80 | 1270 610
TE4f 100 ~5.0 ~22.0 1,590 670 100 ~5.0 ~22.0 1,490 720
(SKD61, SKD11) Jc5118
B 255HBLLT - - N N
< Die steel (JC8050) 150 4.0 15.0 1,430 500 150 4.0 15.0 1,340 540
S 210 | ~30 | ~80 | 1270 | 360 210 | ~30 | ~80 | 1,190 380
TUN=R 5l 100 ~50 | ~22.0 | 1,270 530 100 ~50 | ~220 | 1,190 570
(HPI7, PX5, NAKSO, P20) 168050
1Ee<30-43HRC N _ _ N
odsed | (osiig)| 150 4.0 15.0 1,140 400 150 4.0 15.0 1,070 430
(1.2311, P20)
043HRC 210 ~30 | ~80 | 1020 | 280 210 ~30 | ~80 950 300
n‘g*‘af(-thaF%g )Jbﬁf% 100 ~5.0 ~24.0 1,590 890 100 ~5.0 ~24.0 1,490 960
@ 300HBLIT ~ - — —
GreyL% Nodularca;tiron 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
25V 100 ~5.0 ~22.0 1,590 670 100 ~5.0 ~22.0 1,490 720
(SUS304)
B 250HBLLT | JC8050 | 150 ~4.0 ~15.0 1,430 500 150 ~4.0 ~15.0 1,340 540
Stainless steel
Below 250HB 210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380

R ILRINVEBHELRES, ap: SiAROYNHAKRESE, Qe: FEAROYNAKZEE, N : TEEERE, Vi: X)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WERA EDOFEEIR
1) EECDUIHISRME BERAIIES KD — IR TRELEE W,

2) UUWHRELUIBEF ANAHFES Z LEEMIEXBEUTLREV. 2 VFEVREZ T IFTERLEE L,
3) BT EDHZEF. FTVNAHFRIEZLTLREE VL RICNB LV VIZTFIFTERLEE L,
4) I7 =7 0O—ICEWPI<KTREMBZTOTREE W FHIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

5) QM3 Y+ I54 FT54 X PME/PME-LSTEZERDIR(E. LEEHTOTRHENS510%~30% FFTEALEE L,

Flx. WEBH Y O DYIHIEHRZSRIEEV (BELQRI—R&N)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




fIEE IR YOHWH: 53R 9 —b {RHELIHISRE

// DIJET

o

Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QME)V EVaS5—AYE MPMFE + BE—#(TEYa15—NvyRBAA—ILEBE+>277—I\) MPM and MSN type

TE&Z(mm) Tool dia.

A
wulk | Y—k 10/11 12/13 /15
Work materials | #47& F#L No.ofteeth 2N F# No.of teeth 3N
Grades ap ae [ Vi ap ae f f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TRy | s 50 | =12 | <010 | 12,600 | 3780 60 | =12 | <010 | 10600 | 4770
BCobOHBAT ucewrs)) 75 | <08 | <008 | 8820 | 2120 80 | =08 | =008 | 7420 | 2670
DH102
5050, Co9) 100 | =06 | =008 | 8820 | 1760 | 110 | =06 | <008 | 7420 | 2230
TE5f ~ < < ~ =< <
i) | s 50 | <10 | <010 | 11,400 | 3420 60 | =10 | <010 | 9550 | 4,300
s Gceot| 75 | =07 | <008 | 7980 | 1920 80 | =07 | =008 | 6690 | 2400
DH102
e 100 | <05 | <008 | 7,98 | 1600 | 110 | <05 | <008 | 6690 | 2,000
TUIN—=RH ~ < < ~ < <
G | 50 | =10 | <010 | 11400 | 3,420 60 | =10 | <010 | 9550 | 4,300
ToRHRC | 8| 75 | <07 | <008 | 7980 | 1920 80 | =07 | <008 | 6690 @ 2,400
(1,251 220) 100 | =05 | <008 | 7980 | 1600 10 | =05 | <008 | 6690 | 2000
TUN—REE N < < ~ < <
T 50 | <10 | <010 | 8880 | 2130 60 | =10 | <010 | 7430 | 2,670
TASHRC | aoiey| 75 | =07 | =008 | 6180 | 1,240 80 | =07 | <008 | 5200 1,560
e el 100 | <05 | <008 | 6180 | 990 | 110 | <05 | <008 | 5200 | 1250
AT ~ < < ~ < <
. 50 | =08 | =010 | 6360 | 1270 60 | =08 | <010 | 5300 | 1,590
Hé‘@ggigj e e G0 75 | =05 | =008 | 4440 @ 710 80 | =05 | <008 | 3710 @ 890
“42-52HRC 100 - - - - 110 - - - -
FEATEE ~ < < ~ < =
oA 50 | =05 | <010 | 4740 | 950 60 | =05 | =010 | 3980 | 1,190
F{ﬁ‘@%ﬁi" i DH102 75 | =03 | <008 | 3300 @ 530 80 | = <008 | 2790 | 670
'55-62HRC 100 - - - - 110 - - - -
m‘«'ﬂ(‘gc“?%ggbﬁﬁ% ~50 =12 | =012 | 12,600 | 3,780 ~60 =12 | =012 | 10600 | 4770
fEE300HBIL T | JC8O015
e | Do | 75 | =08 | =010 | 8820 @ 2120 80 | =08 | =010 | 7420 @ 2,670
. 100 | <06 | =008 | 8820 | 1,760 10 | <06 | <008 | 7420 | 2,230
Az ~50 | =10 | <010 | 11400 | 3420 | ~60 | =10 | <010 | 9550 | 4300
SUS304
250HBLCE 1908 | 75 | <07 | <008 | 7980 | 1,920 80 | =07 | =<0.08 | 6690 | 2400
Stainless steel
Below 250HB 100 | <05 | <008 | 7980 | 1,600 10 | =05 | =008 | 6690 | 2,000
s as ~50 | =10 | =010 | 2520 @ 600 | ~60 | =10 | <010 | 2120 | 760
e
meaan) |75 | =07 | <008 | 1740 | 350 80 | =07 | =008 | 1480 | 450
Titani Il
e ey 100 | <05 | <008 | 1740 | 280 | 110 | <05 | <008 | 1480 | 360

2 IDRINRHELES, ap: BIAROYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEEIR

1) LEEDUIHISEHS . RIS KO — IR U TRELIEE L,
2) UUWHREUISEE ANAH TS Z LEEBIEIBEUTREV. 2 VIFEVEREZ T IFTERLEE L,
3) B NREDEGEE. FTVPAHFRSE XL TLREE VL RICNB LV VIZ T FTERLEE L,
4) I7—=70O— LXK TREMEBZTO>TRE W, HIC IEMCTOFvETA NI TR FTRUBISERLSEE L,

5) QMIIV Y+ T54 F 754X PME/PME-LSFEZERDIRE. LEEHTOTRENS510%~30% FFTEALEEL,

F¥llx. WEBH Y O DYIHIEMHRZSRIEEV (BELQRI—R &)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




®

Ouick & Mini

New generation high feed mill

e],

fIEE IR YOHWH: 53R Y —b RHELIHISRE

Recommended cutting conditions for "YOHW-type inserts” (For side finishing)
QAM=Z)L EYa2S5—AYEF " MPM# + f8E—&(EY 15— NvREAZ—IVEBEY+>277—I\) MPM and MSN type

A~ TER(mm) Tool dia.
# Bl A4 Y—hk 16/17 /18 20/ 21
Work materials | #47& X#L No.of teeth 4N X# No.of teeth BN
Grades £ ap de n Vi A ap de n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
R R ~ < < ~ =< <
TR | s 80 | =12 | <010 | 7960 | 4,770 100 | =12 | =010 | 6300 | 4770
ECesoHBAT ucers)) 120 | =08 | <008 | 5560 | 2670 150 | =08 | <008 | 4410 | 2,670
DH102
5050, C09) 160 | <06 | <008 | 5560 | 2,230 190 | <06 | <008 | 4410 | 2230
TE5f ~ < < ~ < <
i) | s 80 | =10 | <0410 | 7,160 | 4,300 100 | =10 | <010 | 5700 | 4300
gs i Goeotsl 120 | =07 | <008 | 5000 | 2400 150 | =07 | <0.08 | 3990 | 2400
DH102
s e 160 | <05 | <008 | 5000 | 2,000 190 | =05 | =008 | 3990 | 2,000
G | 80 | =10 | <010 | 7160 | 4,300 100 | =10 | <010 | 5700 | 4300
ToMBOHRC | 8| 120 | <07 | =008 | 5000 | 2400 150 | =07 | <008 | 3990 | 2400
(1,251, =20) 160 | <05 | <008 | 5000 | 2,000 190 | <05 | <008 | 3990 | 2,000
T\ —RH ~ < < ~ < <
e | 80 | =10 | <010 | 5560 | 2,670 100 | =10 | <010 | 4440 | 2670
ToSASHRC | | 120 | <07 | <008 | 3900 | 1560 150 | =07 | <008 | 3000 | 1,560
el 160 | <05 | <008 | 3900 | 1,250 190 | =05 | <008 | 3090 | 1250
AT ~ < < ~ < <
. 80 | <08 | <010 | 3980 | 1,590 100 | =08 | =010 | 3180 | 1590
H(:@gzzd e e G0 120 | =05 | <008 | 2780 890 150 | <05 <008 | 2,220 890
42-52HRC 160 - - - - 190 - - - -
A ~ < < ~ < <
oA 80 | =05 | =010 | 2980 | 1,190 100 | <05 | <010 | 2370 | 1,190
F}ﬁ‘@gﬁi" it DHI02 | 120 | =03 | <008 | 2080 670 150 | <03 | <008 | 1,650 670
"55-62HRC 160 - = = = 190 - - = -
19‘9*'9%(30“9%3%&* ~80 =12 | =012 | 7,960 4770 | ~100 =12 | =012 | 6,300 4,770
fE300HBLL T | JC8O015
O | Do | 120 | =08 | =010 | 5560 | 2670 150 | =08 | =010 | 4410 | 2670
o856, 66G) 160 | <06 | <008 | 5560 | 2230 190 | <06 | <008 | 4410 | 2,230
Az ~80 | =10 | <010 | 7160 | 4300 | ~100 | =10 | <010 | 5700 | 4300
SUS304
B 250HBLLT ool 120 | <07 | <008 | 5000 | 2400 | 150 | =07 | <008 | 3990 | 2400
tainless stee
Below 250HB 160 | <05 | <008 | 5000 | 2000 190 | =05 | <008 | 3990 | 2,000
S as ~80 | =10 | =010 | 1,600 760 | ~100 | <10 | <010 | 1,260 760
e
meeaay) et 420 | =07 | <008 | 1120 | 450 | 150 | =07 | <008 870 | 450
Titani Il
e ey 160 | <05 | <008 | 1,120 360 190 | <05 | <008 | 870 360

2 IDRINRHELRS, ap: BIARDYNAHRE, Ge: FEAMDYLAHRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDESEIR

1) LEEDLTHISEEHS . ERRAIMES K0T — TR U TRELIEE L,

2) UUWHRELUISEF ANAG TS Z LEEBIEXBEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) BTN EDGEF. FTVIAHFRIEZLLTLREE VL RICNB KV VIZ T IFTERLEE L,

4) I7—=7O— LKW TREMBZTOTREE W HIC IEMCTOFvETA NI TR FTRURISERLSZE W,

5) QMIIL v I54 F 754X PME/PME-LSTEZER MRS, LEEHTOTRHENS510%~30% FFTEALEEL,
F¥illx. WEBH Y O DYIHIEMHRZSRIEEV (BELQRI—R&N)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




// DIJET

{@EfE LS YOHWH: F5E3SIRC V9 — N IEgtsIRe 4]
Recommended cutting conditions for "YOHW-type inserts" (For side finishing)
QAM=E)) EY2S5=AYE MPMFA + BE—B(EEY 15— NvREBAFA—)VBEv>277—I\) MPM and MSN type
A TEZ(mm) Tool dia.
1 EI+F B—hk 25 30 32
Work materials | #47& X#L No. of teeth 6N F#L No.ofteeth 7N X% No. of teeth 8N
Grades g ap ae n Vi 2 ap ae n Vi g ap ae r Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min”) |(mm/min)
FR R ~120| =12 |<0.10| 5,090 | 4,580 [~160| =1.2 |=0.10| 4,200 | 4,410 [~160| =<1.2|=0.10| 3,980 | 4,770
(_%500, $550) CX75
e ((\108015)) 190| <0.8 | <0.08| 3,560 | 2560 | 240 =0.8 =0.08| 2940 2470 | 240| <08 =0.08| 2,780 | 2,670
DH102
g0, o8 235 <06 |=<008| 3560 | 2140 | 290| <06|=008| 2,940 | 2,060 | 290| <056 |<0.08| 2,780 | 2.230
T8 ~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
(SKD61, SKD11)_ | ¢x75
s ucawts)] 190) <07 <008| 3200|2300 240) =07 | =008| 2660 | 2280 | 240| <07 | <008| 2500 | 2400
DH102
e 235| <05 |<008| 3200|1920 | 290| <05 |=<008| 2,660 | 1,860 | 290| <05 |=<0.08| 2,500 | 2,000
P o o ~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
BE0-30HAC | bassy | 190 =07 |<0.08] 3200 | 2300 | 240| <07 <008 2660 | 2230 | 240| <07 | 0.08| 2,500 | 2400
(12311, £20) 235| <05 | <008 3200 | 1,920 | 290| <05 | =<0.08| 2,660 | 1,860 | 290| <05 |=0.08| 2,500 | 2,000
e b8 ~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
BAASHRC | e | 190] =07 |=0.08| 2490 | 1490 | 240| <07 | <0.08| 2,060 | 1,40 | 240 =07 | =<0.08| 1,950 | 1,560
e el 235| <05 |=<008| 2490 | 1,200 290| <05 |<0.08| 2,060 | 1,150 | 290| <05 | =<0.08| 1,950 | 12250
(KO I DHA) ~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
fE&42-62HRC | DH102
}-Earﬁeneddiestesl Ubsore)| 190] <05 /=008 1780 850 | 240 =05|=008 1480 830| 240 <05|=0.08| 1390 890
e 235, - | - | - | - | 20 - | - | - | -] 20 - | - | - | -
(smﬁ%ﬂaﬁ%m ~120| <05 [<0.10| 1,910 | 1,150 | ~160| =0.5 | =0.10| 1,580 | 1,110 | ~160| <0.5 | <0.10| 1,490 | 1,190
&55-62HRC
FBEb5-62HAC | D102 | 190| <03 |<0.08| 1340 | 640| 240| <0.3|<008| 1,100 620| 240 <03 =0.08 1,040 670
(125\'354!?5,2:&879) 235 - _ _ _ 200| - _ _ _ 290| - _ _ —
m‘c‘*f(‘gc“?%ggbﬁﬁ% ~120| =1.2 |<0.12| 5,090 | 4,580 | ~160| =1.2 | =0.12| 4,200 | 4,410 | ~160 | =1.2 |=<0.12| 3,980 | 4,770
fEE300HBIL T | JC8O015
B | iDitios) | 190 <08 <0.10] 3,560 | 2560 | 240| 0.8 |=0.10| 2,940 | 2470 | 240| <08 |<0.10| 2,780 | 2670
o856, 66G) 235 <06 |<008| 3560 | 2140 | 290| <06 |=<008| 2,940 | 2,060 | 290| <0.6 |<0.08| 2,780 | 2.230
Z(j_-ylzl)ﬁlﬁ ~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
BEBSO0HBLT | (1105 | 190] <07 <008/ 3200 | 2300 | 240| <07 <008 2660 | 2230 | 240 07 | <008] 2500 | 2400
tainless stee
Below 250HB 235| <05 |=<008| 3200|1920 290| <0.5|=<0.08| 2,660 | 1,860 | 290 <05 |=<0.08| 2,500 | 2,000
o ~120| <1.0|=<0.10] 1,020 730|~160| =1.0 <0.10| 840| 710 |~160| <1.0 |=<0.10| 800| 760
TISEE | Jos0ts P << o<
weArav) [ | 190) <07 <008 710 430| 240 <07 <008 580 410 | 240) =07|=0.08| 560 450
Titani Il
e ey 235| <05 <008 710| 340| 200 <05|=<008 580| 320| 290 <05 =008 560 360

2 IDRINRHELES, ap: BIAROYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEEIR

1) LEEDUIHISEHS . RIS KO — IR U TRELIEE L,

2) UUWHREUISEE ANAH TS Z LEEBIEIBEUTREV. 2 VIFEVEREZ T IFTERLEE L,

3) B NREDEGEE. FTVPAHFRSE XL TLREE VL RICNB LV VIZ T FTERLEE L,

4) I7—=70O— LXK TREMEBZTO>TRE W, HIC IEMCTOFvETA NI TR FTRUBISERLSEE L,

5) QMIIV Y+ T54 F 754X PME/PME-LSFEZERDIRE. LEEHTOTRENS510%~30% FFTEALEEL,
F¥llx. WEBH Y O DYIHIEMHRZSRIEEV (BELQRI—R &)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




Ouick & Mini

New generation high feed mill

e],

[REEEIFAYOHWH: I3 Y —b RHELIHISRE

Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)
QAM=Z)L EYa2S5—AYEF " MPM# + f8E—&(EY 15— NvREAZ—IVEBEY+>277—I\) MPM and MSN type

A~ TERZ(mm) Tool dia.
wulk | Y—k 10/11 12/13/15
Work materials | #47& XEL No. of teeth 2N F% No. ofteeth 3N
Grades A ap de n Vi 2 ap ae / £
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
i ~ < ~ ~ < ~
&%5%0,5559) s 50 | <012 | 5~10 | 7,920 | 3170 60 | <012 | 6~12 | 6630 | 3980
oeaoHBLT ucerts) 75 | =010 | 5~10 | 5940 | 1.900 80 | <010 | 6~12 | 4970 | 2,380
DH102
5050, C09) 100 | <010 | 5~8 | 5100 | 1430 110 | <010 | 6~10 | 4300 | 1,800
i) | s 50 | <0412 | 5~10 | 7,320 | 2,640 60 | =012 | 6~12 | 6100 | 3290
gs i Geots)l 75 | <010 | 5~10 | 5460 | 1,580 80 | =010 | 6~12 | 4580 | 1,980
DH102
s e 100 | <010 | 5~8 | 4740 | 1,190 110 | <010 | 6~10 | 3960 | 1,500
G | e 50 | <012 | 5~10 | 7,320 | 2,640 60 | <012 | 6~12 | 6100 | 3290
QOUIHRC | P | 75 | =010 | 5~10 | 5460 | 1,580 80 | <010 | 6~12 | 4580 | 1,980
(1,251, =20) 100 | <010 | 5~8 | 4740 | 1,190 110 | <010 | 6~10 | 3960 | 1500
o 50 | <012 | 5~10 | 6360 | 1,530 60 | <012 | 6~12 | 5300 | 1,910
TBASHRC | aoie)| 75 | =010 | 5~10 | 4,800 920 80 | =010 | 6~12 | 3980 | 1,150
el 100 | <010 | 5~8 | 4140 700 110 | =010 | 6~10 | 3450 870
AN ~ < ~ ~ < ~
OB | 50 | <040 | 5~10 | 3,840 770 60 | <010 | 6~12 | 3,180 960
7?@%23(’ e | ucanr 75 | <008 | 5~10 | 2,880 460 80 | =008 | 6~12 | 2,380 570
"42-52HRC 100 - - - - 110 - - - -
AT\ ~ < ~ ~ = ~
oA 50 | <0410 | 5~10 | 2,220 350 60 | =010 | 6~12 | 1,860 450
“@@%ﬁd fosis DH102 75 | <008 | 5~10 | 1,680 210 80 | =008 | 6~12 | 1400 270
"55-62HRC 100 - = - - 110 - - = =
19‘9*'9%(30“9%3%&* ~50 | =015 | 5~10 | 6,360 1,910 ~60 | =0.15 | 6~12 | 5300 2,380
BB 300HBLLT | JCB015 ~ ~
B Do | 75 | =012 | 5~10 | 4800 | 1,150 80 | <012 | 6~12 | 3980 | 1430
Beton 0013 100 | =010 | 5~8 | 4,140 810 110 | <010 | 6~10 | 3450 | 1,010
Az ~50 | <012 | 5~10 | 7320 | 2640 | ~60 | =012 | 6~12 | 6100 | 3,290
SUS304
B 250HBLLT ouom| 75 | =010 | 5~10 | 5460 | 1580 80 | <010 | 6~12 | 4580 | 1980
tainless stee
Below 250HB 100 | <010 | 5~8 | 4740 | 1,190 110 | <040 | 6~10 | 3960 | 1,500
S ras ~50 | =012 | 5~10 | 1,560 370 | ~60 | <042 | 6~12 | 1,330 480
e
Teeaan) |75 | <010 | 5~10 | 1200 | 230 80 | =010 | 6~12 | 1000 | 290
Titani Il
e ey 100 | <010 | 5~8 | 1,020 170 110 | <010 | 6~10 | 860 220

2 IDRINRHELRS, ap: BIARDYNAHRE, Ge: FEAMDYLAHRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDESEIR

1) LEEDLTHISEEHS . ERRAIMES K0T — TR U TRELIEE L,

2) UUWHRELUISEF ANAG TS Z LEEBIEXBEUTLREV. 2 VFEVEEZ T IFTERLEE L,

3) BTN EDGEF. FTVIAHFRIEZLLTLREE VL RICNB KV VIZ T IFTERLEE L,

4) I7—=7O— LKW TREMBZTOTREE W HIC IEMCTOFvETA NI TR FTRURISERLSZE W,

5) QMIIL v I54 F 754X PME/PME-LSTEZER MRS, LEEHTOTRHENS510%~30% FFTEALEEL,
F¥illx. WEBH Y O DYIHIEMHRZSRIEEV (BELQRI—R&N)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.




// DIJET

REEEIFAYOHWH: IR Y —b RHECIHISRE

o

Recommended cutting conditions for "YOHW-type inserts” (For bottom face finishing)
QME)V EVaS5—AYE MPMFE + BE—#(TEYa15—NvyRBAA—ILEBE+>277—I\) MPM and MSN type

% TEZ(mm) Tool dia.
gt | F—h 16/17/18 20/ 21
Work materials | #47& F# No. of teeth 4N F#L No. of teeth BN
Grades (m%]) (fwﬂ) (rﬁr?]) (m’i7n-1) (mm\ﬁnin) (m?n) (rﬁrﬂ) (rﬁﬁ) (mﬁr‘) (mvinin)
el ~ < ~ ~ < ~
gs%c,sssg) s 80 | <012 | 8~16 | 4980 | 3,980 100 | =012 | 10~20 | 3960 | 3,980
CeoOHBAT ucewts) 120 | =010 | 8~16 | 3740 | 2380 150 | <010 | 10~20 | 2970 | 2380
DH102
5050, Co9) 160 | <010 & 8~13 | 3240 | 1,800 190 | <010 | 10~16 | 2550 | 15800
TEi ~ < A ~ < ~
TS| g 80 | <012 | 8~16 | 4580 | 3,290 100 | =012 | 10~20 | 3660 | 3,290
s UoeotS| 120 | <010 | 8~16 | 3440 | 1.980 150 | =010 | 10~20 | 2730 | 1,980
DH102
e At20n 160 | <010 | 8~13 | 2980 | 1,500 190 | <010 | 10~16 | 2370 | 1500
G | 80 | <012 | 8~16 | 4580 | 3,290 100 | =012 | 10~20 | 3660 | 3290
ToNIHRC | 8| 120 | <010 | 8~16 | 3440 | 1980 150 | <010 | 10~20 | 2730 | 1,980
(1,251 220) 160 | <010 | 8~13 | 2,980 | 1,500 190 | =010 | 10~16 | 2370 | 1,500
e | 80 | <012 | 8~16 | 3980 | 1,910 100 | =012 | 10~20 | 3180 | 1910
TosASHRC | gy 120 | <010 | 8~16 | 2,980 | 1,150 150 | =<0.10 | 10~20 | 2400 | 1,150
e el 160 | <010 | 8~13 | 2,580 870 190 | <010 | 10~16 | 2,070 870
IRANE ~ < ~ ~ < ~
. 80 | <010 | 8~16 | 2380 960 100 | <010 | 10~20 | 1,920 960
H(?@ggigj e e G0 120 | <008 | 8~16 | 1,780 570 150 | =008 | 10~20 | 1,440 570
“42-52HRC 160 - - - - 190 - - - -
N ~ < ~ ~ = ~
i 80 | <010 | 8~16 | 1,400 450 100 | =010 | 10~20 | 1,110 450
F{?@%ﬁi" it DHI02 | 120 | <008 | 8~16 | 1,040 270 150 | <008 | 10~20 | 840 270
"55-62HRC 160 - = - - 190 - - — -
m‘c‘*f(‘gc“?%ggbﬁﬁ% ~80 | =015 | 8~16 | 3,980 2380 | ~100 | =0.15 | 10~20 | 3,180 2,380
FEE300HBLLT | JCB015 ~ ~
T | Do | 120 | =012 | 8~16 | 2980 | 1430 150 | <012 | 10~20 | 2400 @ 1430
556, 66G) 160 | <010 & 8~13 | 2580 | 1010 190 | <010 | 10~16 | 2070 | 1010
AzLam ~80 | <012 | 8~16 | 4580 | 3290 | ~100 | =<0.12 | 10~20 | 3,660 | 3,290
SUS304
B 250HBLLT Ouos| 120 | =010 | 8~16 | 3440 | 1980 150 | =010 | 10~20 | 2730 | 1980
tainless stee
Below 250HB 160 | <010 | 8~13 | 2,980 | 1,500 190 | =010 | 10~16 | 2,370 | 1,500
s as ~80 | =012 | 8~16 | 1,000 480 | ~100 | <012 | 10~20 | 780 480
e
Tieaan) |t 420 | <010 | 8~16 | 740 | 290 150 | <010 | 10~20 | 600 | 290
iantum alloy 160 | <010 | 8~13 | 640 220 190 | <010 | 10~16 | 510 220

2 IDRINRHELES, ap: BIAROYNAHKRE, Ge: FEAMDYLAZRE, n: TERERE, Vi: X )RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEEIR

1) LEEDUIHISEHS . RIS KO — IR U TRELIEE L,

2) UUWHREUISEE ANAH TS Z LEEBIEIBEUTREV. 2 VIFEVEREZ T IFTERLEE L,

3) B NREDEGEE. FTVPAHFRSE XL TLREE VL RICNB LV VIZ T FTERLEE L,

4) I7—=70O— LXK TREMEBZTO>TRE W, HIC IEMCTOFvETA NI TR FTRUBISERLSEE L,

5) QMIIV Y+ T54 F 754X PME/PME-LSFEZERDIRE. LEEHTOTRENS510%~30% FFTEALEEL,
F¥llx. WEBH Y O DYIHIEMHRZSRIEEV (BELQRI—R &)

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.
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e],

REEIFAYOHWH: I3 Y —b (RHELIHISEE (4]

Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)
QMEJL EV2S5—=AvF " MPM# + fEE—8(EY 15— NvREZ—IVBES+> 07 —I\)  MPM and MSN type

1Y TE&Z(mm) Tool dia.
#wHEI | T—bk 25 30 32
Work materials | #47& FI#L No. ofteeth BN T No. of teeth 7N T No. of testh SN
Grades | £ ap | ae n vi | 2 ap | ae n Vi | 2 ap | ae n 7
(mm) | (mm) | (mm) | (min?) |(mm/min)] (mm) | (mm) | (mm) | (min") |[(mm/min)f (mm) | (mm) | (mm) | (min?) |(mm/min)

PRER ~120| =0.12[12~25 3,180 | 3,820 [ ~160| =0.12|15~30| 2,640 | 3,700 | ~160| =<0.12|16~32| 2,490 | 3,980
(850C, S55C) CX75

B 250HBLIT | (1c8015)| 190 <0.10/12~25| 2,380 | 2,280 | 240 | <0.10/15~30| 1,980 | 2.220 | 240|=0.10/16~32| 1,870 | 2,380

Carbon steel

(cs0,c55) | (DH102)
Below 250HB 235|<0.06/12~20| 2,070 | 1,740 | 290 <0.06|15~24 1,700 | 1,670 | 290|=0.06/16~26 1,620 | 1,800

TEiH Ao < ~ A < ~ Ao < ~
(SKBGTSKD11) | x5 120 =0.12|12~25| 2,930 | 3,160 | ~160 | =0.12|15~30| 2,440 | 3,070 [~160|=0.12|16~32| 2,290 | 3,290

& 255HBLIT | (1c8015)|  190| <0.10/12~25| 2,200 | 1,900 | 240 |<0.10{15~30| 1,820 | 1,830 | 240|=0.10/16~32| 1,720 | 1,980

(12544, 1.2579) | (OH102)
Below 25548 235| <0.0612~20| 1900 | 1440 | 290 <0.0615~24 1580 | 1390 | 290 <0.0616~26 1490 | 1,500
il 20 ~120] =0.12/12~25] 2,930 | 3,160 [~160] <0.12]15~30] 2,440 | 3070 | ~160| <0.12/16~32] 2290 | 3,290

(HPM?7, PX5, P20)

IEES0-8HRC | bits) | 190/ =0.10/12~25/ 2,200 | 1900 | 240/ <0.10/15~30/ 1820 | 1,830 | 240|=<0.10/16~32 1,720 | 1980

(12311, F20) 235| <0.06/12~20| 1,900 | 1,440 | 290 | <0.06/15~24| 1,590 | 1,390 | 290 =0.06|16~26| 1,490 | 1,500

TYUN\—R o~ < ~ N < ~ A < ~
(NAK8O. HPM1_ P21) 120 =0.12|12~25| 2,550 | 1,840 | ~160 | =0.12|15~30| 2,120 | 1,780 [~160|=0.12|16~32| 1,990 | 1,910

fEcc38-43HRC | DH102 N ~ ~
T AaHRC | CBots)| 190 =0.10/12~25 1,910 | 1,100 | 240|=0.10/15~30 1,600 | 1,080 | 240 =0.10/16~32] 1,490 | 1,150

Eeiel) 235| <0.06/12~20| 1,660 | 840 | 290|<0.06/15~24| 1,380 | 810| 290 =0.06/16~26 1,290 | 870

AN ~ < ~ ~ < ~ ~ < ~
(SKD&T DAG DHA) 120 =0.10/12~25| 1,530 | 920 [~160|=0.10{15~30| 1,280 | 900 [~160|=0.10/16~32| 1,190 | 960

R SeIC | osoisy| 190/ =008/12~25 1150 | 550 | 240|=<0.08[15~30 960 540 240|=0.08/16~32 890 570

Hardened die steel

(1'2432%234%79) o35| _ _ _ _ 200| - _ _ _ 290! - - - -

BEANER ~ < ~ ~ < ~ ~ < ~
(SKDT:SLD. DCH1) 120/ =0.10{12~25| 890 | 430 |~160|=0.10{15~30| 740 | 410 [(~160|=0.10{16~32| 700 | 450

fE<c55-62HRC I~ ~ ~
[Be55-62HAC | D102 | 190| <008[12~25 670 | 260| 240 =<008/15~30 560 | 250 | 240 =<0.0816~32 520 270

(1.2344, 1.2379)

55-62HRC 235 - = = = 290| - - = - 290| - - - -
agay 208 (L ~120 | =0.15/12~25| 2,550 | 2,300 | ~160 =0.15/15~30| 2,120 | 2,230 [~160 =0.15/16~32| 1,990 | 2,380
FES300HBLLT | JCB015 ~ - -
GreycgzNoduma)mﬂ (DHi02) | 190/ =0.12/12~25 1,910 | 1,380 | 240 =0.12/15~30| 1,600 | 1340 | 240 =0.12/16~32| 1,490 | 1430

Below 30018 235/ <0.10{12~20| 1,660 | 970 | 290 =0.10/15~24 1,380 940 | 290 =0.1016~26 1,290 | 1,010

27 IUASH ~120| 0.12|12~25| 2,930 | 3,160 | ~160 | =0.1215~30 2,440 | 3,070 [~160 | =0.12|16~32 2,290 | 3,290

(SUS304)
#ee250HBLIT | (800 | 190 <0.12/12~25 2,000 | 1900 | 240/ <0.12[15~30/ 1820 | 1,830 | 240 <0.12]16~32| 1,720 | 1,980

Stainless steel

Below 250HB 235|=0.10{12~20| 1,900 | 1,440 | 290 |=0.10{15~24| 1,590 | 1,390 | 290 | =0.10{16~26| 1,490 | 1,500

o ~120 <0.12|12~25 640 460 |~160|=0.12[15~30 520 | 440 |~160|=<012/16~32 500 | 480
TIYEZ | 08015 - - -
(Ti-6AI-4V) (DH102) 190 =0.10{12~25| 480 | 280 | 240/=0.10{15~30| 400 | 270 | 240/ =0.10/16~32] 370 | 290

Titani Il
e ey 235/ <00612~20] 420 | 210| 200|=<006/15~24| 340| 200| 200|<0.06/16~26] 320 220

R IVRINEHULESR, ap: SiAROYNIAKRE, Qe: FRABDYNAHES, N : TEEEERE, Vi: FE)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) EECDUIHISRME RIS KD — TR TRELEE W,

2) UUWHRELUIBEF AR FESZ LEEMIEX ) BEUTLREV. B VFEVEREZ T IFTERLEE W,

3) BT EDHEF. FTVNAHFRIE XL TLREE VL RICNB KV VIZTFIFTERLEE L,

4) I7 =7 O— XYW TREMBEZEITOTIRE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

5) QMIIL v I54 FT54 X PME/PME-LSTEZER MRS, LEEHTOTRHENS510%~30% FFTEALEEL,
Flx. WEBH Y O DYIHIEHRZSRIEEV (BELQRI—R &),

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) Incase of using PME/PME-LS end mill type, reduce 10—30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.
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®Y215-947 K7P947
$16~042 $40~966

{K3KHT Low cutting force

B D3XRTRARZB U BRIBTRZ A > U — b (D8RR ERRBLE25%(ER) T.dp=1.0mm
TONIHOEERRERIITIRAIE, Fe  1.7mm DI TERS ICSWVWTHEEEET -
EHENZELE T L BEN T THRRER L,

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

Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep cavity milling.
= Excellent for vertical wall machining.

2 ¥ Multi blades specification
SHARRICKIVETEVININTEET IV THHE144cc/min(¢32€EY15—94F
B ZXIR,.

Multi blades specification achieved Q=144cc/min.

JRE) T — Vibration free

EI 15— ANYRMQXFEREE. BRI RICEBN =4 —IViEBE Y v+ 77 — N [TRE—#
ZHBPEDE B EICKN. VWL FRERINT LA VY — b DREGRIEZERIR.

“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.
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AP —kI\UI—232/ Inserts variation

=iXb A

High feed insert

EPMT100312ZER  EPMT100312ZER

@ 7 LB

Shoulder milling insert
for aluminum alloy

aSEEMA
N—RLV9—b
High hardened steel

EPHW100316ZTR ZPMT1003...ZER-NL

(3—7R0.4, 0.8, 2.0)

flE- EEt EFB&LU
EREMIASS—C1VY—k
“MIRROR INSERT” for finishing side &
bottom face / contouring milling

CBN1A Y-k

EPMW100312ZER

=iXb AN ER

High feed insert for unfavorable condition

EPMW100312ZTR

@ F 5 EEIDH

Shoulder milling insert
for Ti-alloy

EPMW100312ZTR

@ AREHID A

Shoulder milling insert
for steel

ZPMT1003...ZER-PL
(3—7R0.4, 0.8, 2.0)

ZPMT1003...ZER-SL
(3—7R0.4, 0.8, 2.0)

RILIHHETENEATEEY +BRIVIIIH
ojge! &5 E5—1 VY —FYPHWRERIC
& . ZBARKRICLDFERN OBRHEELER

flEt EFNIZRER,

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

A VY —MIEICIRGARENEL . —RAh SEREEM. F IV EE MASESSOHEIMF CHISTREBFHFPVDI—FT 1 VI
1E(JC8118). BriEtHlICREHPVDI—F « 7 #1& (JC8050) . i RIB P THAFE N RHSNBINTICHL. KH—BD
REMILZRIEIZHPVDI—FT VI #ME(IC7560) [CIZ. />O—K(FC18) (ZIV=H). . FHPVDI—F 1V Ii1iE
(JC7518) (FIVA) &ZSAVF VT,

Fr Mt EFRADES—« Y —FYPHWREIC(E. —fZHPY AT VU A, FkERL <Ml ge e BPVDI—F ¢ VI #iE
(JC8015) . B —Xwh(CX75). BEEHM - EiEIMTEIFPVDI—F ¢ Y I'#iE(DH102) 8 L U'EEN T ICHERCBNIEE
BZNUI—Y3avihK.

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.

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 machining.
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9))=1[:3:-8 Cutting performance

Tool life comparison

0.5
o g o4 /‘ 64m(NG) 224m(NG)
Hl#4 Material: = 0.
ZUN—N>4 (NAKBO, 40HRC) P21, 40HRC = QM384miERY
{EA-1> Y —h Insert No.: = QM max achieved 384m.
EPMT100312ZER (JC8050) §
4% Cutting conditions: 2 0=
Dc=32mm, Vc=120.6m/m|n(.I7=1,200m|n"), E 288m (k)
f=3mm/rev (Vf=3,600mm/min) (645X 6N), I8 (Still able to continue)
dp=0.6mm, de=19mm, @=41cc/min i 0.2
B TF&E Overhung length: £ =100mm e
72H1Y) Shoulder cutting, €772 Down cut, E
&3 (T7—70—) Dry (Air blow) e
K 01 —|- QMTYI R QM MAX
14 —A— Att Competitor A
¢ —@- F#t Competitor F

0 64 128 192 256 320 384
tIHI&R (m) Cutting length

Metal removal rate comparison

SS0CHIEIBFD 1 Kw=H =) < FHEHE

Metal removal rate / 1Kw on C50

30
(COKW) | Ta pDc=32mm
de=20mm
25
20
15
10
dp=1mm, Vf=4.5m/min |dp=0.6mm, Vf=12m/min
BEQMYYJ R am MAX 24.59 21.27
W A%E Competitor A 23.08
W F#t Competitor F 24.49

B HEHED OIS THHENKI6~10%% )
Metal removal Q/Kw of QM MAX is 6% -10%
higher than Competitor's tool.

Lower power
consumption

QMY YT XA (MQXF) [Ffthtt G KW EVHIEHEL . P
7 = # HBHLE
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0\ 4V & kb EXa VN M Modular head MQX type
TYPE

o hl\ﬂ* o . . i .
SEEHEID Ry IT FﬁlJD JBHID HAEIAIT hﬂ& !j

@=EDH For high feed milling

C

Db
=
o

Lt

C e}
% MD
) - }1
Q S | i
R0.4~R2.0 T
~F ;&(mm) Dimensions TR S Parts
2 957U s
E & TEEE| IE X F v T Clamp screw Wrench

Cat. No. Stock inger(;s ¢Dc| Lf |¢Db|MD | C | W Applicable inserts g /§

MQX-2016-M8 16 | 23 |14 | M8 | 8] 12

MQX-2017-M8 17 | 23 |14 | M8 | 8] 12

MQX-3020-M10 20 30 |18 'M10| 9| 14 TSW-2556H
MQX-4020-M10 20 | 30 |18 |M10| 9| 14

MQX-4021-M10 21 30 |18  M10| 9| 14

MQX-4025-M12 25 | 35 |225 M12| 10 | 17

MQX-5025-M12 25 35 225 M12| 10 | 17

MQX-4026-M12 26 | 35 225 M12| 10 | 17

MQX-5026-M12 26 | 35 225 M12| 10 | 17 |EP¥*1003%kz*R

ZPMT1003% % ZER-s A-08

@ max-5028-M12
MQX-5030-M16
MQX-5032-M16
MQX-6032-M16
MQX-5035-M16
MQX-6035-M16

28 | 35 |23.6 M12| 10 | 17
30 43 |27 |M16| 12 | 22
32 | 43 |29 |M16| 12 | 22 DSW-2563H
32 | 43 |29 |M16| 12 | 22
35 | 43 |29 | Mi16| 12 | 22
35 | 43 |29 |M16| 12 | 22
MQX-6040-M16 40 | 43 32 |M16| 14 | 26
MQX-7040-M16 40 | 43 |32 | M16| 14 | 26
MQX-6042-M16 Y| 6 |42 | 43 |32 |M16| 14 | 26

YPHW1003:3k % Z*R-%k*

( BN AN BN BN BN BN BN BN BN BN BN BN BN BN NN BN J
Nlolojojloala oo hsalsbslRwND

) 1. RV ICF Y FRIEHFAALTHIFE o FEESRHIZE W, 77—\ Arbor BIEIZR{F Cutting conditions @l gy o]
2. EVAS—AYROHEEMGIFNLIIIP.2Z2TSRIEE L,
Note) 1. All cutters are supplied without inserts. 750ﬁn?§ﬁ}gf§ He *“’7('1r;’u‘2
2. Please see page 2 for recommended tightening torque. TSW-2556H 1.1
DSW-2563H 1.1

@ . X—H—7EEER Standard stock items O : FEATEER Soon to be stocked Yo BAERDE YR (MEE 108 ~28RIA2E) Stock in Europe. (14 days delivery upon ordering)
O FEEDIELIEDREEBEE Soon to be deleted
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(Wi A g w2 8l Facemill type

Y &
Eeommanuzr FOHOKC SEEHID Mo yIT BHIb JBHID BHETAT
@=iEDHA For high feed milling @S HID A For shoulder milling
®Db ®Db
od ¢d
a a
a ﬂ S ﬂ
| ~ | <
]
Yo
= f— Q
od1 olell \R0.4~R2.0
®Dc ®Dc
@=ED A For high feed milling @T=EHID A For shoulder milling
(QXP-8066R) (QXP-8066R)
¢Db ®Db
- _ed
_a a
Q Q
= =
2 y
= J =
fole] R1.2 folel] R0.4~R2.0
®Dc ®Dc
47 B = 15| 9 < ;E(mm) Dimensions MIHF v T xR
Type Cat. No. Stock i'ﬁ‘&;f{; ®Dc| Lf |¢Db| od | ¢d1| a b | 4 A[i)r?s“ecratgle Parts
V% | QXP-8050R ® | 8 |50 50 | 40 22225 17 | 845 | 20 SR
;,Jr; QXP-8063R @ | 8 |63 | 50 | 48 22225 17 | 84 | 5 20 &
Inch Bore | QXP-8066R ® | 8 | 66 | 50 | 60 (22225 17 | 84| 5 20
EPsk k1 sk
QXP-6040R-16 | ® | 6 | 40 | 45 | 35 | 16 | 14 84| 56 18 F1008%% | bsw-2s63H
QXP-7040R-16 | ® | 7 | 40 | 45 | 35 | 16 | 14 | 84| 56 | 18 | zpyT1003%%
7U{ | QXP-7050R22 | ® | 7 | 50 50 | 40 | 22 | 17 (104 63 | 20 | R Lz
=V YPHW1003%3 —— 5 —
+¢=z | QXP-8050R-22 | ® | 8 | 50 | 50 | 40 | 22 | 17 |10.4| 6.3 | 20 75%R-%% /§
Metric Bore| QXP-8052R-22 | « | 8 | 52 | 50 | 40 | 22 | 17 | 10.4| 6.3 | 20
QXP-8063R-22 | ® | 8 | 63 | 50 | 48 | 22 | 17 |10.4| 6.3 | 20 A08
QXP-8066R-27 | « | 8 | 66 | 50 | 48 | 27 | 20 (124 | 7 22
) MIVFICF v FFHEHAATHIE R o FEEERHLIZET L, D —

Note) All cutters are supplied without inserts.

IS5V TRUME | #ERNLI (N-m)

Clamp screw torque
DSW-2563H 1.1

@ . X—H—7EEER Standard stock items O : iEA7EEER Soon to be stocked Yo BARDEE R (MEE 108 ~28RIAZE) Stock in Europe. (14 days delivery upon ordering) } @

O  FEEHIELIEDREEBESE Soon to be deleted
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e Y v, i

MQX/Qxp

#A- 7= FIVRAERRRICS A VTV,

@ ZPMT-PL/NL/SLAzA V9 —b: flE - KEOD EIF~t EFIITE TgERBRIVAL VY —k.

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).

=1ZED A High feed insert
(EPMT1003 *ZER)

N\
o N
ED—‘
(N
re/f T

TN 37~43~—) @

EED FAFFER(ERZ High feed insert for unfavorable condition
(EPMW100312ZER) A

CET TN 37~43~—3) @

BixEb AR FEs8{ERZ High feed insert for unfavorable condition
(EPMW100312ZTR)

TN 37~43~—) @

(EPHW100316ZTR)

RIEE M/ \—RA > —] High hardened steel (—_2- )
A {1 !

O d4~46~—5

JSHID A shoulder milling insert
(ZPMT1003:ZER)

DR 47~53~-) ©
@ ZIVL=TEHID A shoulder milling insert for aluminum alloy

(ZPMT1003::ZER-NL) FERUYY
Polished

IMISRAE Coting, ©

#AEEID A shoulder milling insert for steel
(ZPMT10033<<ZER-PL) A

/\
S sl | [0
E@ o=,

re 1
©

Cutting
condition

VIR

F# igHlIb A shoulder milling insert for Ti-alloy
(ZPMT10033<ZER-SL) A

NOLL| =N

e RN 47~53~—3) ©)

& Kt EFRSS—a12Y—k
“MIRROR INSERT” for finishing side & bottom face
(YPHW1003::%ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)

(YPHW100308ZER-15)

3.0
/\
|
)
3.0

T
T 7
(YPHW100308ZER-F) ({Ei%Y )

EIHISReE Cuting (4)

condition

re

CBN1Y—h

(YPHW100308ZTR-F1)

TN 78~82~—) @

fE-EEt EFSLUESHEINIAZS —1Y—h
“MIRROR INSERT” for finishing side & bottom face / contouring milling

(YPHW100320ZER-24) M
o
o 4-i—Y—
——]
< jp—
e/ 3.0

¥
T

T 73~77~-) @
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=~ A iBE (U= R
PVDP\% coz;g/? = Swi|CBN ~ . /f(mm)
> 158 Uncoated |Cermet Dimensions
147 & Rg
Type Cat. No. Eﬁ @ @ @ -
222828 le|w|lw|S|A T |B|re|le
o | O A M~ | PN~ | cO co — | - N~ =
8| 8|88 |g(e|Na8|=
_ EPMT100312ZER M| @®|O () o
el 10 32 6 |12 |11°
EPMT100320ZER M|@®
XD EPMW100312ZER | M | ® °
Haiﬁe?j%rﬂgff’m 10 |32 6 E2ankin
unfavorable condition EPMW100312ZTR M| ® O ® ®
SEEME
J\—R+«>H—K | EPHW100316ZTR H|® o 10 |32 | 6 | 16| 11°
High hardened steel
ZPMT100304ZER M O o 10 |32 | 6 |04 | 11°
BHIDA °
Shou,irmi”mgmsen ZPMT100308ZER M 10 |32 | 6 | 0.8 11
ZPMT100320ZER M 10 132 | 6 | 2.0 11°
@ZPMT1UU3U4ZER-NL M 1008/3.4 | 6 | 0.4 11°
7 IL=EHID B
Shoulder milling insert ZPMT100308ZER-NL | M @) 10.08| 3.4 6 | 0.8 11°
for aluminum alloy
@ZPMT1UU3ZUZER-NL M ( 1008/3.4 | 6 |2.0]| 11°
@ZPMT100304ZER-PL M|@® o ([ 1008/3.4 | 6 | 0.4 11°
#MEEIDA
Shouldirmitllinlginsen ZPMT100308ZER-PL | M O o 1008/34 | 6 |0.8]|11°
or stee
@ZPMT1UU3ZOZER-PL M 1008/3.4 | 6 |2.0]| 11°
@ZPMT100304ZER-SL M 1008/3.4 | 6 | 0.4 11°
F4&EHIDA
Shoukfjer?nnlilnginsen@ZPMT1UU3DBZER-SL M 10.08/3.4 | 6 | 0.8 11°
or Ti-alloy
@ZPMTW(BZOZER-SL M 1008/3.4 | 6 |2.0]| 11°
YPHW100303ZER-15| H o o 10.06/3.35| 6 |0.3]| 11°
fAlmE - KEft L °
B f_U%Eﬁ?JHIﬁEJ YPHW100308ZER-15| H 10.06/3.35| 6 | 0.8 11
‘;ﬁlggﬁm?&;" YPHW100308ZER-F | H [ 1006/3.35| 6 | 0.8 | 11°
for finishing side &
bottom face / YPHW100308ZTR-F1| H ® |10.06/3.35| 6 0.8 11°
contouring milling
YPHW100320ZER-24| H o o 10.06/3.35| 6 |2.0]| 11°

17— 10BAN T 122U #TEIBN795F1 5 — R MBAWUTY . 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

QMY YI ZARA VP —bkDERIY—2ICDULT Discrimination of grade for MQX / QXP insert

ME(OQ—FTa D) TEICA I T—RDFEDDDY—IDEEFEDFET, CEADERICTHEEELEEL.
Each grade shows different mark around the hole for fool proof.

JC8118 JC8050 / JC7560

ap~—y O N S

Discrimination
mark

@ : X—H—7EER Standard stock items O : EBTEER Soon to be stocked O EEDIELIEDREBEE Soon to be deleted } @
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=P 3 @Ay B s ] = =88 Application for the choice of EP*<:type inserts

R TEH TUI\—Ri TUN\—RVif
e (S50C, S550) (SKD61, SKD11) (HPM?7, PX5, P20) (NAK80, HPM1, P21)
15 Hil #4 fEc250HBLL R & 2B5HBLLT {E30-36HRC fEe38-43HRC
Materials Carbon steel Die steel Mold steel Mold steel
(C50, C55) (1.2344, 1.2379) (1.2311, P20) (1.2311, P21)
Below 250HB Below 255HB 30-36HRC 38-43HRC
% Cat. No. #4118 Grades | 168118 | JC8050 | JC7560| DH102 | JC8118 |JCB050 | JC7560 | DH102 | JC8118 |JCBO50 | JC7560 | DH102 | JCB118 | JCBOS0 | JCT560 | DH102
EPMT100312ZER | K DA Y| & Y Y| A Y| %
EPMW100312ZER O
EPMW100312ZTR | O | O © O | O © O | O © © | O
EPHW100316ZTR
b3 i 15t i REH - F I 51 Lk =~
5 (SKDGT, DAC, DHA) (SKD1. SLD. DC11) e reo) v .
% Hll #4 e 42-52HRC fEc55-62HRC FE300HBLL TR B 250UBIT
Materials Hardened die steel Hardened die steel Grey & Nodular cast iron Sct—ainless steel
(1.2344, 1.2379) (1.2344, 1.2379) (GG, GGG) Below 250HB
42-52HRC 55-62HRC Below 300HB
F2& Cat. No. #418 Grades | 168118 | JC8050 |JC7560 | DH102 | JC8118 |JC8050 | JC7560 | DH102 | JC8118 |JCBO50 | JC7560 | DH102 | JCB118 | JCBO50 | JCT560 | DH102
EPMT100312ZER A X X O © O
EPMW100312ZER | O O © ()
EPMW100312ZTR | @ o ) O
EPHW100316ZTR © ©
0l FIVER MEASE - EPMT J% : FL—#f$ with chipbreaker
Materials (Ti-6AI-4V) (INco718) - EPMW % : FL—#1%L without chipbreaker
Titanium alloy Inconel « EPHW % : 7L—#%L without chipbreaker
#% Cat No—— 1118 Grades | j68118|JC8050 | JC7560 | DH102 | JC8118|JCBO50 | JC7560 | DH102 ©: E—HE to! BEFH
EPMT100312ZER 0O 0O ) o) 0 ) First choice, Good condition Light cutting
EPMW100312ZER o o Moderats sondin Vogond
EPMW100312ZTR
@ TLEYIHI
EPHW100316ZTR Unfavorable condition
wiu b VN m s e 4y ¢zl Definition of corner shape for programming
EPMT/W inserts — BLIAHE
Over Cut FO75L 3—FR  |BLAHE | HIDELE
Corner radius for programming|  Over Cut Remains
OS5 A T—FR R1.5 . R1.0 0 0.57
Corner radius for programming » ! W R1.5(EZX standard) 0 0.45
< 5y R2.0 0.04 0.33
HlUELE - — 3
Remains | [ R2.5 0.21 0.21
‘ W=2.
/\/ - : R3.0 040 | 0.09
BEEEMH/\—R4o Y —k EPHWH (mm)
i i — BLWAHE
EPHW insert for high hardened steel Overiﬁt = FOFSn I—FR aurne | worLs
Corner radius for programming|  Over Cut Remains
R1. 0 0.42
Z0754 3—FR Ri.6 © 0
Corner radius for programming \ ﬁ’ R1.5 (B7N standard) 0 0.33
~ 5 R2.0 0.01 0.23
i = - <
HOSLE — S R2.5 017 | 0.14
/ - W=2.9 R3.0 0.37 0.05




// DIJET

Attention for profile milling with EPMT/W-type inserts

SVEVJ I Ramping AUAJVINT Helical interpolation ®V— L) \ADELTE

®Dh Calculation of tool pass dia.
S S ¢dc = pDnh—pDc
] YoLKZE TaE
Tool pass dia. Bore dia. Tool dia.
O - [ ~ N7} ~ - =1 ~
8l f?* O — LD DYIAH RS HEAYIAH
M ! \ FEApEMAENKSICL T E W,
B g - ! - / Depth of cut per one circuit should not exceed
mk| 2 \ , max. depth of cut dp.
al H (- .
fﬂ @YV —)VI\ZADEEHFM[IET IV v
\ [CH5B&SREEEDICL TS,
1\ | Down cutting is recommended, so tool pass
d)dc rotation should be counterclockwise.

@5V EYT AUAIVIITEIIEYREZIZELHIKHAFRD70%LLT  @In case of ramping and helical interpolation, apply 70% or less

THIIZULTLEE L, feed speed from standard cutting condition table.
O RUU VI NITEE. BAEIE RE ZAZELNHISRERDS0%LUTT  @ln case of drilling, apply 50% or less Z axis feed speed from
MIUTLEE LY, standard cutting condition table.

ORVUU VI NITHFICIE. EBHFEULERVWIIVK IHRUEZEESHHIF
FTOT. REICIFTFEFRELTLLRESL,

®| ong consecutive chips may come out in case of drilling, confirm
the safe condition sufficiently.

i SyEvImMT AUAILTSBIF T
. TER Eﬁjﬁg‘ggﬁl %%éﬂ%? =K ES Rsamj(pg*xa,\:m—k( ) AR

T [Tos| el | e | R TisommE L | | A,

(mm) (mm) M::élzalgglng Total cutting length at Max. dp Dhmin (mm) | Dhmax (mm)
MQX-<016-M8 16 10.2 0.8 1° 48’ 25.5 22 30
MQX-*017-M8 17 1.2 0.8 1° 36' 28.6 24 32
MQX-+020-M10 20 14.1 0.8 1° 24! 32.7 30 38
MQX-*x021-M10 21 15.1 0.8 1°18' 35.3 32 40
MQX-3025-M12 25 19.1 0.8 1° 45.8 40 48
MQX-+026-M12 26 20.1 0.8 0° 57' 48.2 42 50
MQX-+028-M12 28 221 0.8 0° 51" 53.9 46 54
MQX->x030-M16 30 241 0.8 0° 48' 57.3 50 58
MQX-:<032-M16 32 26.1 0.8 0° 42' 65.5 54 62
MQX-*<035-M16 35 29.1 0.8 0° 36' 76.4 60 68
MQX-><040-M16 40 34.1 0.8 0° 30' 91.7 70 78
MQX->x042-M16 42 36.2 0.8 0° 27' 101.9 74 82
QXP-<040R-16 40 34.1 1 0° 30' 114.6 70 78
QXP-8050R 50 441 1 0° 24' 143.2 90 98
QXP-:<050R-22 50 441 1 0° 24' 143.2 90 98
QXP-8052R-22 52 46.1 1 0°21' 163.7 94 102
QXP-8063R 63 571 1 0°18' 191 116 124
QXP-8063R-22 63 57.1 1 0°18' 191 116 124
QXP-8066R 66 60.1 1 0°18' 191 122 130
QXP-8066R-27 66 60.1 1 0°18' 191 122 130

X)) ERIAEO1F0.5° U FICTERLEES W (LEEEEZ BRI FVEKSITRELIEEW),
Note) The ramping angle 0.5 or less is recommended (please refer to the above table).
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Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF + BE—E(EV 15— NvRAF—IVEBE+>27—I ) MaX and MSN type

TER (mm) Tool dia.

A
Wl A | Y=k 16 /17 20 20/21
Work materials | #4%& FEL No. of teeth 2N F#ES No. of teeth 3N H# No. of teeth 4N
Grades 4 ap Qe n Vi ap Qe n f £ ap Qe n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
] ~70 | 06 | ~10 3,600 |4,900| ~70 | 0.6 | ~14 | 2,850 | 5800 | ~70 | 0.6 | ~14 | 2,850 | 7,700
(_%500, 855C)__ | JC7560
e 250HBLIT §J08050; 120 | 05 | ~10|3,600 | 4500 120 | 0.5 | ~14 |2,850|5300| 120 | 0.5 | ~14 | 2,850 | 7,000
JC8118
p0o0, o) 160 | 0.35 | ~10 | 3,000 | 4200| 190 | 0.35 | ~14 |2.400|4,900| 190 | 0.35 | ~14 | 2,400 | 6,500
(sOEE SRR | 60 70 | 06 | ~10 | 3,600 | 4,900 | ~70 | 0.6 14 | 2,850 | 5,800 | ~70 | 0.6 14 | 2,850 | 7,700
Cl=paaERl ng3050§ 120 | 0.5 | ~10 |3,600|4,5500| 120 | 0.5 | ~14|2,850|5300| 120 | 0.5 | ~14 | 2,850 | 7,000
JC8118
fek 160 | 0.35 | ~10 | 3,000 | 4,200| 190 | 0.35 | ~14 | 2,400 4,900| 190 | 0.35 | ~14 | 2,400 | 6,500
s o2 | cstis 70| 0.6 | ~10 3,600 | 4,900 | ~70 | 0.6 14 | 2,850 | 5,800 | ~70 | 0.6 14 | 2,850 | 7,700
i 30-36HRC EJC7560; 120 | 05 | ~10|3,600 | 4500 120 | 0.5 | ~14 |2,850|5300| 120 | 0.5 | ~14 | 2,850 | 7,000
JC8050
(1.2311, £20) 160 | 0.35 | ~10 | 3,000 | 4,200 190 | 0.35 | ~14 |2,400|4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500
T - 70| 0.5 | ~10 | 1,900 | 2,600 | ~70 | 0.5 14 11,500 | 3,050 | ~70 | 0.5 14 | 1,500 | 4,050
Ton o C | Jcaosg| 120 | 0.3 | ~10 /1900 2400 120 | 0.3 | ~14 1500 2800 120 0.3 | ~14 1500 3,700
2iaey 160 | 0.2 | ~10|1,600|2,200| 190 | 0.2 | ~14 [1,250|2,600| 190 | 0.2 | ~14 | 1,250 | 3,400
AT ~ ~ ~ ~ ~ ~
e I 70| 0.4 | ~10 | 1,400 1,400 | ~70 | 0.4 14 11,100 | 1,650 | ~70 | 0.4 14 1,100 | 2,200
k{argene;,dieste?l (Je0sg)| 120 | 0.3 | ~10 /1400 1400| 120 | 0.3 | ~14 1100 1650 120 0.3 | ~14 1100 2,200
1o3i Lasrs 0| — | — | — | — |10 - | = =] = 1]10 - |-~ -
bl - 70 | 015 | ~10 | 600| 180|~70 | 0.15 | ~14 | 500 230|~70| 0.15 | ~14 | 500 | 300
H(arienedaieste)m covwe| 120 01 | ~10| 600| 180| 120 | 01 | ~14 | 500 280| 120| 0.4 |~14| 500 300
e eoting” 60| — | - | =] =[] =] -]1-1=-110-]-]-1-
B55 575 ~70 | 08 | ~10 3,000 |5000| ~70 | 0.8 | ~14 | 2,400 | 6,000 | ~70 | 0.8 | ~14 | 2,400 | 8,000
fE300HBLLT | JCB118 _ ~ ~
B [(cas60)| 120 | 06 | ~10 3,000 4500| 120 | 06 14 2,400 | 5,400 | 120 | 0.6 14 | 2,400 | 7,200
Below, 300HB 160 | 05 | ~10|2,200|3,750| 190 | 0.5 | ~14 |1,750 4,500 | 190 | 05 | ~14 | 1,750 | 6,000
AZAL2E ~70 | 06 | ~10 3,100 |4,200| ~70 | 0.6 | ~14 |2,500 5100 | ~70 | 0.6 | ~14 | 2,500 | 6,800
SUS304
B 250HBLIT el 120| 05 | ~10 /3,000 4,000| 120 | 05 | ~14 2,400 4900 | 120| 05 | ~14 2400 | 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
covme | oo |70 08 | ~10 1200 960| ~70| 05 | ~14] 950 1,40|~70 05 | ~14| 950 1500
yA
(Ti-6A-4V) EJCBHB; 120 03 | ~10|1,200| 960| 120 | 03 | ~14 | 950 |1,140| 120 | 0.3 | ~14| 950 1,500
Titani I JC8050
ey 160 | 02 | ~10 1200 960| 190 02 | ~14| 950 1.140| 190 | 02 | ~14 | 950 1,500
~70 | 05 | ~10| 630| 380|~70 | 0.5 | ~14 | 500 450|~70 | 05 |~14 | 500 600
ma#as | JC8118
(NCO718)  |(JC7560)[ 120 | 0.3 | ~10| 630| 380| 120 | 0.3 | ~14 | 500| 450| 120 | 0.3 | ~14 | 500| 600
Inconel (JC8050)
160 | 02 |~10| 630| 380| 190 | 0.2 | ~14 | 500 450| 190 | 02 | ~14 | 500 600

L RHELRZE, ap: MiIARDENAHRE, Ge: FEAMOYNAARE, n: TEEERRRE, Vi:k)RE

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

W{ERA LDFEEEIR

1) LEEDLIHISRA I HARAIES KO D — TSI TRELEE L,

2) UUWHRELIE

3) BHEBHTRRDBEF FTUPAHFREZZ L TLEET V. RICNB KU VIZTIFTERLIEE L,
4) I7—J0—CKWII<KTIREMBZITOTL TV FIT UFMCTDF vEFTA NI TRV FUBISERLEE W,
5) miXU LT CREHIYAZPMT100320ZER-PLIZA /U — N ERADEF. L5EEA5 0T % 4H510%~30% FIFTERLIEE L,

F#13. WEBA Y OJ DYJHISM4RZSIREE WV (FEEQRI—R &)

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.

R HAHFRSZ LEHEIBELLTLREV. BV EEEEREZ TIF TERLIEE L,
FeR2U T HEY DEDBIFER BN TLEE L,

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.
Please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF; + BE—B(EY 15— NvRBA—)VBE+>2o7—/\) MQX and MSN type

// DIJET

(1]

TE® (mm) Tool dia.

1Y
% Bl #4 H—k 25 /26 25/26 /28
Work materials | #4%& F# No. of teeth 4N FE No. of teeth 5N
Grades £ ap de n f 2 ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~ ~ ~
s, S| sorsso 90 0.8 19 2,300 6,200 90 0.8 19 2,300 7,700
250 HBLT EJCBOSO; 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC8118
£ 050,058) 210 04 ~19 | 1900 | 5200 | 210 0.4 ~19 | 1900 | 6500
(k351 k011 | 107560 90 08 19 2,300 6,200 ) 0.8 19 2,300 7,700
Sl BBl EJCBOSO; 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC8118
(e Tea) 210 04 | ~19 | 1900 | 5200 | 210 04 ~19 | 1900 | 6500
i 90 0.8 19 2,300 6,200 90 0.8 19 2,300 7,700
e 80-86HRC ((JC7560)) 140 0.6 ~19 | 2300 | 5600 | 140 0.6 ~19 | 2300 | 7,000
JC8050
(1,231, £20) 210 04 | ~19 | 1900 | 5200 | 210 04 ~19 | 1900 | 6500
TUN—R s ~ S A
(ENQKS%@;HZ% il 90 06 19 1,200 3,250 90 0.6 19 1,200 4,050
Won el |(icaos0)| 140 0.4 ~19 1,200 3,000 140 0.4 ~19 1,200 3,700
Leginiel 210 03 ~19 | 1,000 | 2700 | 210 03 ~19 | 1,000 | 3400
AN ~ ~ ~ ~
(%5992'2[)5"2‘3;.%%‘) e 90 04 19 900 1,800 90 0.4 19 900 2,250
*}i‘@gﬂi@‘fﬁg?' (050|140 03 ~19 900 1,800 140 0.3 ~19 900 2,250
"42-52HRC 210 - - - - 210 - - - -
BEANE ~ ~ ~ ~
‘%g%ggsgg Bl o 90 0.15 19 400 240 90 0.15 19 400 300
F{?@gﬁi"{";ﬁg?‘ eemwnz| 140 0.1 ~19 400 240 140 0.1 ~19 400 300
“B562tiRC 20 | - - - - |20 | - - - -
m}’(%%?ﬂ)wﬁ* ~90 08 ~19 1,900 6,400 | ~90 0.8 ~19 1,900 8,000
FE300HBLLT | JCB118 ~ ~
B ot o | 0G7s60)| 140 0.6 19 1,900 5,800 140 0.6 19 1,900 7,200
Below 300118 210 05 ~19 1,600 4,800 210 05 ~19 1,600 6,000
27 VLR ~90 0.8 ~19 2,000 5450 | ~90 0.8 ~19 2,000 6,800
ﬁﬁ*(ggglaoé)u‘lt JC8050 | 449 0.6 ~19 | 2000 | 5200 | 140 0.6 ~19 | 2000 | 6500
Sot (JC7560) : : ’ : 7 '
Stainless steel
Below 250HB 210 035 | ~19 1,900 4,950 210 0.35 ~19 1,900 6,200
~90 05 ~19 750 1,200 | ~90 05 ~19 750 1,500
FYVEE JC7560
(Ti-6A4V)  |(JC8118)| 140 03 ~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 05 ~19 400 480 | ~90 0.5 ~19 400 600
fizas | Josiis
(NcO718)  |(CT7560)| 140 03 ~19 400 480 140 0.3 ~19 400 600
Inconel (JC8050)
210 0.2 ~19 400 480 210 0.2 ~19 400 600

0 RHURE, ap: ARDYIAAKARS, 8e: FEAMDENAARE, N : TEEEEE, Vi:x)ERE

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

BEA EDOEFREIR

1) LEEDYIHISRA I ERAIES KO T — TR TRELEE L,

2) UUUHRELUIZEF NARHRES Z LEEMEBELVBELLTLIEE V. 3V BOEmEEZ T F TERLIEE L,
FEREUNAHD DXV BEFER RN TLIEE W,

3) BBBHAREDZSE FITVIAHFRSEELLTLIEE VN ORICNB KLUVIZTIFTERLEE L,

4) I7—70— LK< TIRELIBZIT O T T Ve T UIFMCTOF vEFTA NI TR FRBISERLEE LY,
5) BT CRRAIVEAZPMT100320ZER-PLEA 0 —NefERDIRIE. LEEAI 0T R4N510%~30% FFTERLEEL,

F¥#813. WEBAHY O DYJHISRMHRZ SRR EE WV (FEEQRI—R&N)

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.
Please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF + BE—E(EV 15— NvRAF—IVEBE+>27—I ) MaX and MSN type

e, TEfZ (mm) Tool dia.
wu s |H—hk 30/32/35 32/35
Work materials | #4%& F# No. of teeth 5N H%8 No. of teeth 6N
Grades 2 ap Qe n Vi 2 ap ae n t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~ ~ ~
o e | soraoo 100 0.8 25 1,900 6,350 100 08 25 1,900 7,600
WMEES0HBLIT EJCSOSO; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 15800 | 7200
JC8118
2 050,058) 210 | 04 ~25 | 1500 | 5,000 210 | 04 ~25 | 1500 | 6,000
(k51 o010 | so7s60 100 0.8 25 1,900 6,350 100 038 25 1,900 7,600
B §J08050; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7,200
JC8118
et iPeaiy 20 | 04 | ~25 | 1500 | 5000 | 210 | 04 ~25 | 1500 | 6,000
Gt o | esris 100 0.8 25 1,900 6,350 100 08 25 1,900 7,600
e 30-36HRC EJC?SGO; 150 0.6 ~25 | 1,800 | 6,000 150 | 06 ~25 | 1,800 | 7200
JC8050
(12311, £20) 210 | 04 | ~25 | 1500 | 5000 | 210 | 04 ~25 | 1500 | 6,000
TUIN\—R 2§ ~ ~ o ~
(%'QQ%BHZ% 1l - 100 0.6 25 950 3,200 100 06 25 950 3,800
ok sieel — |(icaoso)| 150 0.4 ~25 950 3,200 150 04 ~25 950 3,800
Fegnkel 210 | 03 ~25 800 | 2,650 210 | 03 ~25 800 | 3200
AN ~ ~ ~ ~
(%%JéDsAgﬂ%Hé\) o 100 0.4 25 700 1,750 100 04 25 700 2,100
“@@ggzz‘fi;;;g)e' Jsose)| 150 03 ~25 700 1,750 150 03 ~25 700 2,100
"42-52HRC 210 - — — — 210 — — — _
AN ~ ~ ~ ~
‘%églégsé[g’ Bowl 100 0.15 25 300 250 100 0.15 25 300 300
'}3@52&"{"5;%3?' D] T 0.1 ~25 300 250 150 0.1 ~25 300 300
‘S5-62iRC 20 | - - - - 210 | - - - -
maf(.F% F’ég{bﬁﬁﬁ ~100 1 ~25 1,500 6,250 | ~100 1 ~25 1,500 7,500
FEe300HBLLT | JC8118 ~ ~
i (oc7se0)| 180 0.8 25 1,500 5,750 150 08 25 1,500 6,900
556G, G6G) 20 | 06 | ~25 | 1250 | 4850 | 210 | 06 ~25 | 1250 | 5800
27U ~100 0.8 ~25 1,700 5700 | ~100 038 ~25 1,700 6,800
@'égggls—%)u'r? JC8050 | 45 0.6 ~25 | 1600 | 5350 150 0.6 ~25 | 1,600 6,400
o (JC7560) : ’ ’ : ’ '
Stainless steel
Below 250HB 210 035 | ~25 1,500 5,000 210 0.35 ~25 1,500 6,000
~100 05 ~25 600 1,250 | ~100 05 ~25 600 1,500
FYVEE JC7560
(Ti-6AF4V)  |(WC8118)| 150 03 ~25 600 1,250 150 03 ~25 600 1,500
Titanium alloy | (JC8050)
210 0.2 ~25 600 1,250 210 0.2 ~25 600 1,500
~100 05 ~25 300 500 | ~100 05 ~25 300 580
fizmas | JC8118
(NCcO718)  |(C7560)| 150 03 ~25 300 500 150 03 ~25 300 580
Inconel (JC8050)
210 0.2 ~25 300 500 210 0.2 ~25 300 580

2 RELRE, ap: BiARDYNHAHRE, Ge: FEAMDYLAHRE, nN: TEEEGRE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFEEEIR

1) LEEDLIHISRA I HARAIES KO D — TSI TRELEE L,
2) CUUDRELIBEF AHFRS Z LEEMELBELTLREV. 3V EEEmREZ TP TERLIEE L,
FeR2U T HEY DEDBIFER BN TLEE L,
3) WIRETHAREDHEF FTUHAHFRS Z R LTSV ORICNB LV VIZRIFTERLIEE L,
4) I7—=70O— LKWV TREQUEZITOTRE WV T IIEMCTODFvET A I T TRV TREBSERLIES L,
5) BRI TRHIWAZPMT100320ZER-PLIZ A 8 — N ERDEIF, EEEHS O RHENS10%~30% FIFTERLEE W,
F#13. WEBA Y OJ DYJHISM4RZSIREE WV (FEEQRI—R &)
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.
Please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "EPMT/W-type inserts"
QAMTYI X EIAS=AYE MQAXF; + BE—B(EY 15— NvRBA—)VBE+>2o7—/\) MQX and MSN type

// DIJET

(1]

TE®& (mm) Tool dia.

A
1% Hl 3 H—k 40/42 40
Work materials | #4%& R#L No. of teeth 6N X#L No. of teeth 7N
Grades ap e n f £ ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ~ ~ ~ ~
o e soraoo 100 0.8 32 | 1,500 6,300 | ~100 0.8 32 | 1500 | 7,500
250 HBLLT EJCBOSO; 150 0.6 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000
JC8118
a0, Coo) 210 | 04 | ~32 | 1200 | 5000 | 210 04 | ~32 | 1200 | 6,000
(k51 2010 | so7560 100 0.8 32 | 1500 6,300 | ~100 0.8 32 | 1500 | 7,500
e BBl EJCBOSO; 150 | 06 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000
JC8118
(e TPA) 210 | 04 | ~32 | 1200 | 5000 | 210 04 | ~32 | 1200 | 6,000
oo | estis 100 0.8 32 | 1,500 6,300 | ~100 0.8 32 | 1500 | 7,500
e 80-86HRC ((JC7560)) 150 0.6 ~32 | 1400 | 5900 | 150 0.6 ~32 | 1400 | 7,000
JC8050
(1,231, £20) 210 | 04 | ~32 | 1200 | 5000 | 210 04 | ~32 | 1200 | 6,000
(QQQ%BHZ% il I 100 0.6 32 750 3,000 | ~100 0.6 32 750 | 3,500
Vonseel — |(icaos)| 150 0.4 ~32 750 3,000 | 150 0.4 ~32 750 | 3,500
Leginiey 20 | 03 | ~32 620 | 2500 | 210 03 ~32 620 | 2,900
AN ~ ~ ~ ~
‘%g?égg)g‘m@ o 100 0.4 32 550 1,650 | ~100 0.4 32 550 | 1,900
7*1’;3-523;’ G e Ucanso) 150 0.3 ~32 550 1,650 | 150 0.3 ~32 550 | 1,900
"42-52HRC 210 - - - - 210 - - - -
AN ~ ~ ~ ~
ﬁg%gﬁgg Bl o 100 0.15 32 250 240 | ~100 0.15 32 250 280
F{?@SQZ"{”S;%S?‘ G| 0.1 ~32 250 240 | 150 0.1 ~32 250 280
55-62HRC 210 - - - - 210 - - - -
m“‘%('gg F%g;b%ﬁ* ~100 1 ~32 1,200 6,150 | ~100 1 ~32 1,200 | 7,200
fE300HBIL T | JCB118 ~ ~
B o c7se0)| 180 0.8 32 | 1,200 5650 | 150 0.8 32 | 1,200 | 6,600
Below S00HB 210 0.6 ~32 | 1,000 4700 | 210 0.6 ~32 | 1,000 | 5500
Z(j‘-ylzz)ﬁlﬂ ~100 0.8 ~32 | 1350 5,850 | ~100 0.8 ~32 | 1350 | 6,800
SUS304
i 250HBLIT (jgﬁggg) 150 0.6 ~32 | 1300 | 5550 | 150 0.6 ~32 | 1300 | 6,500
Stainless steel
Below 250HB 210 035 | ~32 | 1,200 5150 | 210 035 | ~32 | 1200 | 6,000
soves | yorse | 100 0.5 ~32 480 1,150 | ~100 0.5 ~32 480 | 1,350
yA
(Ti-6A-4V) §J08118; 150 0.3 ~32 480 1,150 | 150 0.3 ~32 480 | 1,350
Titani Il JC8050
renm ey 20 | 02 | ~32 480 | 1150 | 210 02 ~32 480 | 1350
~100 0.5 ~32 250 450 | ~100 0.5 ~32 250 520
M#as | JC8i18
(INCO718)  |(JC7560)| 150 0.3 ~32 250 450 | 150 0.3 ~32 250 520
Inconel (JC8050)
210 0.2 ~32 250 450 | 210 0.2 ~32 250 520

0 RHURE, ap: ARDYIAAKARS, 8e: FEAMDENAARE, N : TEEEEE, Vi:x)ERE

2 : Overhung length, &p : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WEALDOEREIR

1) LEEDYIHISRA I ERAIES KO T — TR TRELEE L,

2) UUUHRELUIZEF NARHRES Z LEEMEBELVBELLTLIEE V. 3V BOEmEEZ T F TERLIEE L,
FeR2U I HAHU DEDBIZEZ BN TLEE W,
3) BHEBHARRDHEF FTUPAHFREZZLL TV RICNB KU VIZTIFTERLIEE L,

4) I7—70— LK< TIRELIBZIT O T T Ve T UIFMCTOF vEFTA NI TR FRBISERLEE LY,
5) BT CRRAIVEAZPMT100320ZER-PLEA 0 —NefERDIRIE. LEEAI 0T R4N510%~30% FFTERLEEL,

F¥#813. WEBAHY O DYJHISRMHRZ SRR EE WV (FEEQRI—R&N)

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.
Please scan the following QR code for the details of the cutting conditions table.
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Ouick & Mini

1

Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFILTITSA A/ QXPH: QXP type (facemill type)

New generation high feed mill

TE#% (mm) Tool dia.

1V |,
- &
wHlp | y— | RELES 40
Work materials | #4%& | overhung F# No. of teeth 6N A No. of teeth 7N
V V
Grades length ) == (min) (i) o (o) (min) (mm/min)
s R ) ~150 0.8 ~32 1,250 6.000 0.8 ~32 1,250 7,000
590G, 5550)__ | JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
S 200HBEIT | (Jcs0s0)| 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(c50,055) | (JCB118) 300 - . — — = - — >
Below 250HB 350 - — — — — — — —
( TEH ) ~150 0.8 ~32 1,250 6.000 0.8 ~32 1,250 7,000
SKD61, SKD11) | JC7560 200 06 ~32 1,100 5,300 0.6 ~32 1,100 6,200
RECZOSHBIAT | (Jc8050) [ 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(1.2344, 1.0379) |(JC8118) 300 - - - — = - = —
Below 255HB 350 — — = — = = — _
(7U/\—I~‘“/§lﬂ) ~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
B 80-36HRC | (yo7560)| 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(1.2311, P20) | (JCBOSO)| 300 - — - . - - - -
30-36HRC 350 - . - - = - - _
( F0)\— Hyﬁm) ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
NAK8O, HPM1, P21 200 0.4 ~32 640 2,650 0.4 ~32 640 3,100
B e | Joonaey 50 03 ~32 600 2,500 03 ~32 600 2,900
(1.2311, P21) 300 - - - - - - - —
38-43HRC 350 - - = - = - - -
( AN | ~150 0.4 ~32 520 1,550 0.4 ~32 520 1,800
SKD61, DAC, DHA ~ ~
REX4-60HRC | JOB118 20 02 32 520 1.550 02 32 520 1.800
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 A ~32 ] ~39
#55-62HRC | JC8118 |50 0.1 e 220 210 01 3 220 250
Hardened die steel | EPMW#z
(1.2344,1.2379) 300 - - - . - - — —
55-62HRC 350 - - - - = - - _
maf(.yaw);pgﬁ; ~150 0.8 ~32 1,100 6.600 0.8 ~32 1,100 7,700
FC. FCD 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
FEX300HBLLT | JC8118 ~ : , ~ , ,
GreﬁNoduIarcastiron (JC7560) 3(5)8 O'E _32 9_00 5,400 O'E _32 9_00 6,300
Below 300HB 350 - - - _ - - - —
_- ~150 0.6 ~32 1,200 5.400 0.6 ~32 1,200 6,300
2FIUAS : , , ,
(?USSM)%M e 200 0.4 ~32 1,100 4,950 0.4 ~32 1,100 5,800
REC250HBLLT | 0oeen) 250 03 ~32 1,000 4,450 0.3 ~32 1,000 5,200
Stainless steel 300 — = — _ — = — —
Below 250HB 350 - - — — — = = —
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
Fyvas | JC7560 200 0.4 ~32 440 1,050 0.4 ~32 440 1,230
(Ti-6AI-4V)  [(JC8118) 250 03 ~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
#as | JC8118 200 0.4 ~32 200 360 0.4 ~32 200 420
(INCO718)  |(JC7560) 250 03 ~32 200 360 0.3 ~32 200 420
Inconel (JC8050) 300 = = _ — — — — —
350 — - - — - — — —

2 RELRE, ap: BiARDYNHAHRE, Ge: FEAMDYLAHRE, nN: TEEEGRE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFEEEIR

1) LEEDLIHISRA I HARAIES KO D — TSI TRELEE L,

2) UUWHRELIE

3) BHEBHTRRDBEF FTUPAHFREZZ L TLEET V. RICNB KU VIZTIFTERLIEE L,

4) I7—J0—CKWII<KTIREMBZITOTL TV FIT UFMCTDF vEFTA NI TRV FUBISERLEE W,

R HAHFRSZ LEHEIBELLTLREV. BV EEEEREZ TIF TERLIEE L,
FeR2U T HEY DEDBIFER BN TLEE L,

5) miXU LT CREHIYAZPMT100320ZER-PLIZA /U — N ERADEF. L5EEA5 0T % 4H510%~30% FIFTERLIEE L,
F#13. WEBA Y OJ DYJHISM4RZSIREE WV (FEEQRI—R &)

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.
Please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "EPMT/W-type inserts"

QAMIY IR RTPIALTISA A/ QXPHR: QXP type (facemill type)

// DIJET

(1]

TE%Z (mm) Tool dia.

A4
wEH | o—p | REHULRE 50 50/ 52
Work materials | #47& ofémr)]g X% No. of teeth 7N F#4 No. of teeth 8N
Grades |  length ) =) (i) (mm\ﬁnin) ) (o) (i) (mm\{r];lin)
= ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
 $550) | 4c7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
S2S0HBET |(Jcs0s0)| 250 06 ~40 900 5,350 06 ~40 900 6.100
(c50,c55) | (JC8118) 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
oEm ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
 SKD11)_ | 4c7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
RECZOSHBIAT | (Jog0s0) [ 250 06 ~40 900 5,350 06 ~40 900 6.100
(1.2344,1.0379) |(JC8118) 300 05 ~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
TONER ~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
PX5, JC8118 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
RS 30-36HRC |()c7560) 250 06 ~40 900 5,350 06 ~40 900 6.100
(12311, 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
TR ~150 0.8 ~40 540 2,600 0.8 ~40 540 3,000
HPMT, 200 0.6 ~40 540 2,600 0.6 ~40 540 3,000
B e | Joana | 250 04 ~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 03 ~40 480 2,000 0.3 ~40 480 2,300
A ~150 0.6 ~40 400 1,400 0.6 ~40 400 1,600
' DAC, 200 0.4 ~40 400 1,400 0.4 ~40 400 1,600
e et | caoa | 250 0.2 ~40 400 1,400 0.2 ~40 400 1,600
(1.2344, 1.2379) 300 - - - - - - - -
42-52HRC 350 — — — — — — — —
A ~150 0.15 ~40 190 210 0.15 ~40 190 240
"SLD, 200 0.15 ~40 170 190 0.15 ~40 170 220
55. JC8118
oo ol | Epnaai 250 04 ~40 170 190 0.1 ~40 170 220
(1.2344,1.2379) 300 - - - - - - - -
55-62HRC 350 - - - - = - - -
avy 5 (I ~150 1 ~40 900 7,500 1 ~40 900 8,600
) 200 0.8 ~40 900 6,300 0.8 ~40 900 7,200
& S | Jcstis : :
IR | o7s60)|___250 06 ~40 850 5,950 0.6 ~40 850 6,800
, 300 0.5 ~40 800 5,600 05 ~40 800 6,400
Below 300HB 350 0.4 ~40 800 5,600 0.4 ~40 800 6,400
— ~150 0.8 ~40 950 5,600 0.8 ~40 950 6,400
Z@ﬁﬁ)ﬁm 168050 200 0.6 ~40 950 5,000 0.6 ~40 950 5,700
B 250HBLLT | 10000 250 0.4 ~40 900 4,700 0.4 ~40 900 5,400
Stainless steel 300 0.3 ~40 900 4,700 0.3 ~40 900 5,400
Boloti250HiB 350 0.3 ~40 850 4,450 0.3 ~40 850 5,100
~150 0.8 ~40 380 1,050 0.3 ~40 380 1,220
Fyves | 07560 200 0.6 ~40 380 1,050 0.6 ~40 380 1,220
(Ti-6AI-4V) | (JC8118) 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 03 ~40 320 890 0.3 ~40 320 1,020
~150 0.8 ~40 190 390 0.8 ~40 190 450
#as | JC8i18 200 0.6 ~40 190 390 0.6 ~40 190 450
(INCO748)  |(JC7560) 250 0.4 ~40 160 330 0.4 ~40 160 380
Inconel (JC8050) 300 0.3 ~40 160 330 03 ~40 160 380
350 03 ~40 130 270 0.3 ~40 130 310

2 RELRE, ap: BIARDYHAHRE, Ge: FEAMDELAHRE, n: TEEERE, Vi E)RE
2 : Overhung length, &p : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFETEIR

1) LEEDYIHISRA I ERAIES KO T — TR TRELEE L,
2) UUUHRELUIZEF NARHRES Z LEEMEBELVBELLTLIEE V. 3V BOEmEEZ T F TERLIEE L,

FeR2U I HAHU DEDBIZEZ BN TLEE W,

3) BHEBHARRDHEF FTUPAHFREZZLL TV RICNB KU VIZTIFTERLIEE L,

4) I7—70— LK< TIRELIBZIT O T T Ve T UIFMCTOF vEFTA NI TR FRBISERLEE LY,
5) BT CRRAIVEAZPMT100320ZER-PLEA 0 —NefERDIRIE. LEEAI 0T R4N510%~30% FFTERLEEL,
F¥#813. WEBAHY O DYJHISRMHRZ SRR EE WV (FEEQRI—R&N)

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




Ouick & Mini

New generation high feed mill

1
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Recommended cutting conditions for "EPMT/W-type inserts"
QMY Y IR RFPILTITSA A/ QXPH: QXP type (facemill type)

~ =>4 p
. 1Y |=HUES TERR (mm) Tool dia.
WHEIM  |[T—b| 2mm 63 / 66
Work materials | #4F& | Overhung F# No. of teeth 8N
Grades length ap de n i
(mm) (mm) (min-) (mm/min)
( il ) ~200 1 ~50 800 5,750
S50C, 555C)__ | JG7560 250 08 ~50 800 5,450
S 250HBECT | (Jos0s0)| 300 06 ~50 720 4,900
(c50,c55) | (JC8118) 350 05 ~50 640 4,350
Below 250HB 400 0.4 ~50 640 4,350
( TEH ) ~200 1 ~50 800 5,750
SKD61, SKD11) | JC7560 250 0.8 ~50 800 5,450
SZOSHBELT | (ucs0s0) [ 300 06 ~50 720 4,900
(1.2344, 1.2379) |(JC8118) 350 05 ~50 640 4,350
Below 255HB 400 0.4 ~50 640 4,350
(7 UJ\— I\“yﬁﬂ) ~200 1 ~50 800 5,750
HPM7, PX5, P20) | JC8118 250 0.8 ~50 800 5,450
S 30-36HRC |(Jc7560) 300 06 ~50 720 4,900
(12311, P20) | (JC8050) 350 05 ~50 640 4,350
30-36HRC 400 0.4 ~50 640 4,350
( TUN—R5E | ~200 0.8 ~50 430 2,400
NAK80, HPM, P21 2 . ~
R 38-43HRC | JC8118 388 8?1 Ngg ﬁg 3‘3‘88
Mold steel (JC8050) e 2
(1.2311, P21) 350 0.3 ~50 370 2,100
38-43HRC 400 0.3 ~50 370 1,800
( 1 AN | ~200 0.6 ~50 320 1,300
SKD61, DAC, DHA ~
OGO | g [ 20 |04 [0 | a0 [ vaw
Hardened die steel |(JC8050) : )
(1.2344,1.2379) 350 — — — _
42-52HRC 400 — — — —
( 1% A3 | ~200 0.15 ~50 150 190
SKD11, SLD, DC11 250 E ~
REr55-62HRC | JCB118 e 8 15 Ngg }gg ];8
Hardened die steel | EPMW#z -
(1.2344, 1.2379) 350 — = — —
55-62HRC 400 — — — _
133"37«('9“7’,\7»{)}1,&%&% ~200 1 ~50 720 6,900
FC, FCD D) _ -
e e e
Grey & Nodular castiron |(JC7560) : *
(GG, GGG) 350 05 ~50 640 5,100
Below 300HB 400 0.4 ~50 640 5,100
—- ~200 0.8 ~50 750 5,050
2FVUAS ,
(73-Lj3304)§m 18050 250 0.6 ~50 750 4,500
BE250HBIXT | 7000, 300 0.4 ~50 710 4,250
Stainless steel 350 03 ~50 710 4,250
BelowiasOiiB 400 0.3 ~50 670 4,000
~200 0.8 ~50 300 960
FyUES | JC7560 250 0.6 ~50 300 960
(Ti-6Al-4v) | (JC8118) 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
MWHS S Jc8118 250 0.6 ~50 150 350
(INCO718) (JC7560) 300 0.4 ~50 130 310
Inconel (JC8050) 350 0.3 ~50 130 310
400 0.3 ~50 100 240

2 RELRE, ap: BiARDYHAHRE, Ge: FEAEMDYLAHRE, n: TEEEGRE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALDOEEEIE
1) EECOUIHISRME  FERRAIES KD —TRIEICHU TR IZE L,
2) UUOWHRELBEF TAHFRS Z LSEHIEL BELUTKREE V. 2V EEEEREZ T IFTEALK S,
FERUHEI DRI EBIIZEZIBNTLEE W,
3) WIRETHAREDHEF FTUHAHFRS Z R LTSV ORICNB LV VIZRIFTERLIEE L,
4) I7—=70O— LKWV TREQUEZITOTRE WV T IIEMCTODFvET A I T TRV TREBSERLIES L,
5) BRI TRHIWAZPMT100320ZER-PLIZ A 8 — N ERDEIF, EEEHS O RHENS10%~30% FIFTERLEE W,
S¥llI3. WEBAH Y OJ DUJHIRHRZSRIZEV (FEEQRI—R&EW)
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.

Please scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "EPHW-type inserts"
QAMTYI R EIAS=AYEF MQAXH + BE—&(EY15—~"NvyRBAF—)VEBEY+>27—I/\) MaXand MSN type

// DIJET

(2]

TE&Z(mm) Tool dia.

1>
5 Bl 44 H—k 16 /17 20 20/ 21
Work materials | #4%& TEL No. of teeth 2N HEL No. of teeth 3N HT# No. of teeth 4N
Grades ap Qe n Vit 2 ap e n Vi 2 ap Qe n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)
(%PQ’QDQSH%HS) 70 | 0.30 10 [ 1,790 | 2,860 80 | 0.30 14 11,430 | 3,430 80 | 0.30 14 11,430 | 3,060
Hartaeneadiesteel JC8118 | 100 | 0.25 | ~10 {1,610 (2,060 120 | 0.25 | ~14 [ 1,290 (2,480 | 120 | 0.25 | ~14 {1,290 | 3,300
(12344, 1.2879) 130 | 0.20 | ~10|1,430|1,370| 160 | 0.20 | ~14 | 1,140| 1,640 | 160 | 0.20 | ~14 | 1,140 2,190
BEANER A ~ ~ . o o
(%égjg;lég,_?gg) 70 | 0.20 10 [ 1,590 | 950 80 | 0.20 14 11,270 | 1,140 80 | 0.20 14 11,270 | 1,520
Harid_eneddiesteel DH102 [ 100 | 0.15 | ~10 | 1,430 | 770 120 | 0.15 | ~14 (1,140 920| 120 | 0.15 | ~14 | 1,140 | 1,230
i 130 | 0.10 | ~10|1,270| 610| 160 | 0.10 | ~14 [ 1,020 730| 160 | 0.10 | ~14 | 1,020| 980
qAY TE&Z(mm) Tool dia.
8 Hl 34 H—k 25/ 26 25/26/28
Work materials | #4%& F#L No.ofteeth 4N FEL No. ofteeth BN
Grades ap de n Vi ap ae n Vi
(mm) (mm) (mm) | (min?) |(mm/min){ (mm) (mm) (mm) | (min?) |(mm/min)
BEATER ~ ~ ~ ~
(gé—D\?J’gDégH%Hé) 100| 0.30 18 [ 1,150 | 3,680 | ~100| 0.30 18 | 1,150 | 4,600
Hartaenea die steal | JC8118 150| 0.25 | ~18 | 1,040 | 2,660 | 150| 0.25 | ~18 | 1,040 | 3,330
(12344, 1.2879) 200| 020 | ~18 | 920 /1,770 200| 020 | ~18 | 920 2,210
BEANER ~ ~ Ao .
(%PJ%SI{;B,_?&E) 100| 0.20 18 [ 1,020 | 1,220 | ~100| 0.20 18 | 1,020 | 1,530
F-Earc&ened die ste)el DH102 150 0.15 | ~18 | 920 | 990 150 0.15 | ~18 | 920 1,240
12344, 12979 200| 010 | ~18 | 820| 790| 200| 0.10 | ~18 | 820| 980

R RHELRE, ap: BIAMDYHAHKRE, Ge: FEABDYHAHRE, N : TEREERE, Vi X)EE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

B{ERA LOFEEIR

1) EECOUIBISEME. BARAIES KTD— TN TRELEE W,
2) CCUHBREUIGER ABAHFRS Z LEEHELVBERSLTLREV. HBVFEVREZ FFTERLES L.
3) BHEBNTEDZEE. FTVPAHFRSEZLTLREE VL RICNB KV VIZ FFTERLEE L,
4) I7—=7O— KWWK TREMEBZTH>TRE W, FIC IEMCTOFvETA NI TR FTRBITERLEE L,

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

New generation high feed mill
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Recommended cutting conditions for "EPHW-type inserts"

QAMTYI R EVaS5—AYE MQAXH + BE—E (T 15— NYRAA—IVEBEY v 77—/ ) MaXand MSN type

ey, TE&(mm) Tool dia.
# Bl #4 Y—k 30/32/35 32/35
Work materials | #47& F# No.ofteeth 5N H# No. ofteeth 6N
Grades 2 ap Qe n 48 £ ap 3e n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANZE ~130 | 030 ~24 900 3600 | ~130 | 0.30 ~24 900 4,320
s
A2 B2HAC | yos1 | 190 | 025 ~24 810 2,590 190 | 025 ~24 810 3,110
(12344, .2379) 250 | 020 | ~24 | 720 | 1730 250 | 020 | ~24 | 720 | 2,070
BEANSE ~130 0.20 ~24 800 1,200 | ~130 0.20 ~24 800 1,440
sy
o9 B2HAC | 1o 190 | 015 ~24 720 970 190 | 015 ~24 720 1,160
T 250 | 040 | ~24 | 640 770 250 | 040 | ~24 | 640 920
A4 TE&(mm) Tool dia.
# Bl 24 H—k 40 /42 40
Work materials | $47& X% No. of teeth BN X% No.ofteeth 7N
Grades £ ap ae n Vi g ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANI ~130 | 030 ~32 720 3,460 | ~130 | 0.30 ~32 720 4,030
s
BCAZSEHAC | yost18 | 190 | 0.25 ~32 650 2,500 190 | 025 ~32 650 2,910
(12344, 1.2679) 250 | 020 | ~32 | 580 | 1670 250 | 020 | ~32 | 580 | 1,950
BEANE ~130 | 020 ~32 640 1150 | ~130 | 0.0 ~32 640 1,340
sl
FEC55-62HAC | piiog 190 | 015 ~32 580 940 190 | 015 ~32 580 1100
LT 250 | 040 | ~32 | 510 740 250 | 010 | ~32 | 510 860

2 RELRE, ap: BIARDYNHAHRE, Ge: FEABMDYLAHRE, N : TEEEGRE, Vi:F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALOFEREIR

1) LEEDYIRISRAE. BRAIES KT D —TBIMEICRU THEBLIZE N,

2) PGB RELSEIF ANAFREZ MBS BELLTLREEV. HBVFEVEEZ T IFTEALEEL,

3) ERENARRDHEEE FTVPAHFREIZZLL LTV RICNB LT VIZTIFTERLIEE L,

4) I7 =7 0O— LKW TREFMBZITOTLEE WV, FHI IITFMCTOF v ET A NIT TR IV FTRIRISERLSZE L,

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

EEEMAEPHWR: TSR VY —b IEEEIRG (2)

Recommended cutting conditions for "EPHW-type inserts"
QMY Y IR RFIALTITSA R/ QXPH: QXP type (facemill type)

e, TEZ (mm) Tool dia.
#El A [ P—b 40
Work materials | #4%& . H# No. of teeth BN . F# No. of teeth 7N .
Grades (mm) (ﬁ@) (rﬁnew) (mli?r‘) (mm/min) (rﬁr?]) (gr%) (mfr]r*) Gl
" ﬁ)\ﬂbﬁﬁ ) ~100 0.30 ~32 720 3,460 0.30 ~32 720 4,030
oAb BoHIe 150 | 025 ~32 650 2500 0.25 ~32 650 2,910
Hardened die steel JC8118 ~ ~
e o s 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
IREANG ~100 0.20 ~32 640 1,150 0.20 ~32 640 1,340
el | 190 | 05 ~32 580 940 0.5 ~32 580 | 1100
Hardened die steel ~ ~
(1.2344. 1.379) 200 0.10 32 510 740 0.10 32 510 860
55-62HRC 250 - - — - = - = -
©Y TE& (mm) Tool dia.
wE M |[P—b 50 50 /52
Work materials | #4%& F# No. of teeth 7N F# No. of teeth 8N
Grades (mgn) (n‘?nﬁ) (r}ameq) (mfizw) (mm\{rfnin) (nawr‘rj]) (n?r?l) (m,izl") (mm\frfnin)
" gﬁ)&ﬁﬁlﬂmm ~150 0.30 ~40 570 3,190 0.30 ~40 570 3,650
A uoy DA 200 | 025 ~40 510 | 2280 025 ~40 510 2610
Hardened die steel JC8118
(1.2344. 1.9379) 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
IRANS ~150 0.20 ~40 510 1,070 0.20 ~40 510 1,220
e i | 200 | 05 ~40 460 870 0.5 ~40 460 990
Hardened die steel ~ ~
frgened e oot 250 0.10 40 410 690 0.10 40 410 790
55-62HRC 300 - - - - - - - -~
A TE& (mm) Tool dia.
#wEl A | P—bk 63 /66
Work materials | #4F& H# No. of teeth 8N
Grades (m?n) by ) (i) (mm\ﬁﬂn)
( Klsﬁﬁ)\[)?mDHA) ~200 0.30 ~50 450 2,880
Py 250 | 0.5 ~50 410 | 2100
H(afde”eddie Ste;*' woete 300 0.20 ~50 360 1,380
1.2344,1.2379 : ’
42-52HRC 350 0.10 ~50 360 1,380
(smﬁ%ﬂ%ﬁ%m) ~200 0.20 ~50 400 960
e 2 1 ~ 7
e e e e AT
(1.2344,1.2379) :
55-62HRC 350 - - - -

2 RELRS, ap: MARDYHAALRE, Ge: XREAMOYNAAES, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

BER EOFEEIR
1) LEEDUIHISES . RIS KO — IR U TRELIEE L,

2) UUWHREUIBEIE ANAHFS Z LEEBIEIVBHEUTREV., 2 VFEVREZ T IFTERL S L,

3) WHEINABDHBE (& FTUHAHFREZEELL LT REE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMEZTH>TRE W FHIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

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 8p 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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BEIDAZPMT*-PL/NL/SLA; %331 VY — N OIEELIEIRG ©

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
AMTYIZEIAS—AYER " MAXH + BE—E(EJ15—\vREBF—IVEBEY+>2o7—/\) MaXand MSN type

5(‘1?':‘ 1 TEZR(mm) Tool dia.
wam | T2 o= 16/17 20 20/ 21
Work materials ;;;&LTE riE T No.of teeth 2N F%L No.of teeth 3N F# No.of teeth 4N
inserts | Grades (mgm) o | G| (i) (mm\frfnin) (m€n) o) |G| (i (mm\ﬁwin) o |G| i) (mm\{r];lin)
(stoaam. ~80 | 5.0 |<12.8/3,180| 950 |~100| <5.0 |<16.0| 2,550 | 1,150 | <5.0 |<16.0| 2,550 | 1,530
WEOHBLIT | puyy | 0818|120 | <30 <64 2860 770| 150| <30 | =80 2300 930| =30 <80 2,300 1240
Bt S00E 160 | <2.0 =32 2540 610| 190  <2.0 <40 2040  730|=20|=<40 2040 980
R ~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

RRESOHBIAT | pLfiz | Jcs118| 120 | <3.0| <6.4|2,680| 720| 150| <3.0| <8.0|2150| 870|=3.0| <8.0| 2,150 1,160

(1.2344, 1.2379)

Below 255HB 160 | 2.0 <32 2380 570| 190 <2.0 | <4.0|1,910| 690 | <2.0 <4.0| 1,910 920
o e pa ~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

BETS0-36HRC | piiz | Jo8118 | 120 | <3.0 | <6.4 | 2680 720| 150| <3.0|=<8.02,150| 870|=3.0| <8.0|21501,160

{1.2311, 20) 160 | <2.0 | <3.212,380| 570| 190| <2.0 | <4.0|1910| 690 |=2.0|=<4.0/|1910| 920

(AT ~80 | 4.0 | 9.6|2390| 570 |~100| =4.0 | =12.0 1,910 690 | =4.0 |=<12.0/ 1,910 920

B3843HRC | Pz | Jcs118| 120 | <25 | <4.8|2,150| 470| 150 <2.5|=6.0|1,720| 570| =25 <6.0|1,720 760

e iNeey 160 | <2.0| <24|1910| 380 | 190 =20|=30|1530| 460|=20|=<30]1530| 610
A S ~80 | =<35| <80 1990| 480|~100| <35 |<10.0/1,590| 570|=3.5/=<10.0 1,590| 760

(SKD61, DAC, DHA)

fE4262HRC | pyjpy (J[flﬂgg) 120 | <25| <4.0[1,790| 390 | 150| <25 =<50|1430| 460|=<25| <50 1430 620

(1.2344, 1.2379)

42-52HRG 160 | =12 <20 1590 300| 190 =1.2| <25|1,270| 360 | <12 =<25|1.270 480
et ~80 | =2.5| <6.4| 1,390 | 280 |~100| 2.5 <8.0|1,110| 330| =25 =<8.0|1,110 440

fre55-62HAC | PLAz | DHI02 | 120 | <1.5| <32 (1250 230| 150| <15|=4.01,000| 270|=<15|=<4.0]|1,000| 360

(1.2344, 1.2379)

55-62HRC 160 | — = - - 190 - - = = - - = =
nﬁ:’:(;%ﬁ%gi”ﬁﬁ* o |20 =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
g%;@gggé%ﬁmﬁ P |(DHioz)| 120 | =4.0| =8.0|2,680| 960| 150 =4.0 |=10.0) 2,150 | 1,160 | =4.0 |=10.0| 2,150 1,550
Below 300HB 160 | =3.0 | <4.0/2,380| 760| 190/ =3.0| =5.0 1,910 920|=3.0| 5.0 1,910|1,220
R N ~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
BX250HBLLT | (1) |(1c751g) 120 | <3.0| <64 /2680  720| 150 =30 =80 2150  870| =30 =80 2,150 1,160
Below 250HB 160 | =2.0 | <32[2,380| 570| 190 =2.0|=4.0/1,910| 690| =2.0|=4.0|1,910| 920
Fovae ~80 | =5.0| <9.6|1,190| 360 |~100| =5.0 |<12.0, 950 | 430|=5.0|=12.0/ 950| 570
ngn?lfnlwg}llgy SLRZ | JC7518| 120 | =3.0 | <4.8|1,070| 290| 150 =3.0|=6.0| 860| 350| =3.0| =6.0| 860| 460
160 | =20 | <2.4| 950 230| 190 =2.0|=30| 760| 270|=2.0|=30| 760 360

PN ~80 | =5.0 | <9.6| 600 180|~100| =5.0|=12.0, 480| 220 | =5.0|=12.0, 480| 290

(Inco718) SLiz | JC7518 | 120 | =3.0| <4.8| 540| 140| 150| =3.0|=6.0| 430| 170|=3.0|=6.0| 430| 230

| |
feone 160 | <2.0| <24| 480| 110| 190 =<20|=30 380| 140|=20/=<30| 380| 180

PLE—nES ~80 | 5.0 |<32.012,000 | 4,800 [~100| =5.0 |<40.0| 9,550 | 5,730 | =5.0 |=40.0| 9,550 | 7,640

B250-110HB | Nz | FC18 | 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

R RHELRE, ap: MARDYHAARE, Ge: FEAMDYLAHRE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFEREIR

1) LEEDYIHISREE . MBI S LT —IRIMEICHRU TR ZE WL,
2) UUWDREUCBEF HAFRE Z LSEHEL)BELLTLREWV, HBVREVREZ T FTERLEEL,
3) BB AIARRDBEERF. FIAHFRIZEZLLTLREE V. RICNB LU VIETIFTERLEE L,
4) I7—=7O—C&IILKTREDBZEITOTLREV, FHT IIEMCTOFrEFT AT TRV FTURIBITEFRLZE L,
5) fIEfT LTS UL FEET EIFIIICTZPMT %-PL/NL/SLREER 301 V8 — N EER DB S,
WEBAYOJ DYJHISKHRZSRLIEEV (FEEQRO—REKY)
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
m following QR code for the details of the cutting conditions table.
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BHIDAZPMT*-PL/NL/SLE; FA5FE3LRA 25— OIREVIHISRE
Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts"

AMIYIZAEIAS—AYE / MQAXF + BE—®(TY 15— \vREA—IVBEY+>277—I\) M0X and MSN type

©

XIS | > TEZE(mm) Tool dia.
35 )+ b:r—JI\ H—h 25/26 25/26/28
Work materials Applicable ig H#4 No. of teeth 4N . FEL No. of teeth BN .
inserts | Grades | T (R, o (min) (/i i s i |
(s ~120 =50 | =200 | 2040 | 1220 | =50 | =240 | 2040 | 1530
250HBLIT . | JC8118
fEC(arbon beo PUE | (o) | 190 <30 | <100 | 1840 990 <30 | <120 | 1840 | 1,240
Bao s 235 <20 | =50 1,630 780 | =20 | <60 | 1630 980
TE] ~o
- S%EDP) 120 <50 | =200 | 1910 | 1,150 <50 | =240 | 1910 | 1430
ﬁEagailtﬂeguT PLF | JC8118 190 =3.0 =10.0 1,720 930 =3.0 =12.0 1,720 1,160
et 235 | <20 | <50 | 1530 730 | <20 | <60 | 1530 920
TUN—RS ~
‘“Fi“ o paR 120 =50 | =200 | 1910 | 1,150 S50 | =240 | 1910 | 1430
BE30-36HRC | prgy | yos11s| 190 <30 | =100 | 1720 930 <30 | =120 | 1720 | 1,60
(12311, 20) 235 <20 | =50 1,530 730 | =20 | <60 | 1530 920
TYUI\—R =
gD e 120 <40 | =150 | 1530 740 <40 | =180 | 1530 920
R3843HRC | Pz | ucs118| 190 =25 =75 1,380 610 =25 =9.0 1,380 760
WSy 235 | <15 | =38 | 1220 400 | =15 | =45 | 1220 610
(s@f_e%?c‘%@om) o ~120 =35 | =125 | 1270 610 =35 | =150 | 1270 760
3(%;;3;;555% P | iomton) | 190 <25 <62 1,140 490 <25 <75 | 1,140 620
L il 235 <12 <32 1,020 390 <12 <32 | 1,020 490
155 A NS ~
‘S@ﬁ?gf‘?ég) 120 | =25 | =100 890 360 | =25 | =120 890 440
fecos BoHRC | PLRZ | DH102 | 190 <15 <50 800 290 <15 =6.0 800 360
(1.2344, 1.2379)
55-62HRC 235 - = - = _ _ - _
A ron) ~120 <50 | =250 | 1910 | 1,530 <50 | <300 | 1910 | 1910
BES00HBLIT | P || 190 | =40 | =125 | 1,720 | 1240 | =40 | =150 | 1,720 | 1,550
pue, 666) 235 | =30 | <62 | 1530 980 | <30 | =75 | 1530 | 1220
27U ~120 <50 | <200 | 1910 | 1,150 <50 | <240 | 1910 | 1430
EAonBLT | P | JcBtie < < < < 1720 | 1.1
S250HBUT | () ((iG7aia)| 190 <30 | =100 | 1,720 930 <30 | =120 , 160
Below 250HB 235 =20 =5.0 1,530 730 =20 =6.0 1,530 920
~ < < < <
Fhae 120 <50 | =150 760 460 <50 | =180 760 570
T(Ti-6AI-4}|/) s |Jors1s| 190 <3.0 <75 680 370 <30 <90 680 460
T
ranim oy 235 | =20 | =38 610 200 | =20 | =45 610 370
N ~120 <50 | =150 380 230 <50 | =180 380 280
WSS
(INCO718) | SLAZ |JC7518| 190 <3.0 <75 340 180 <30 <9.0 340 230
Inconel
235 <20 <38 300 140 <20 <45 300 180
PLEonES ~120 <50 | =500 | 7640 | 6,110 <50 | =500 | 7,640 | 7640
o e | NLFg | Fots 190 <40 | =250 | 5730 | 4120 | <40 | =250 | 5730 | 5160
50-110HB 235 <30 | =125 | 3820 | 2,440 <30 | =125 | 3820 | 3,060
2 RELRZ, ap: MARDYNAALRE, Ge: F¥REAMOYNAAFEE, n: TEOERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vt: Feed speed

W{ERA LOFREIR

1) EECOIREISAE ERAIES KUD—IBIEICRU TRELLIZE L,
2) UUWHREUIHEF WHARHRS Z LEEHEL I BERLLTEE V. HBVIEEVREZ TIF TERLES L,

BB NTEDHEF. FTPAHFSZEZLUTLREV RICNB KU VIZE T IFTERLIEE L,

)
3)
4) I7 70— LKW TIREDEBZITOTREE Vo FIT IIFMCTOF vEFTAIIT TRV TUEBITSERLZE WY,
5)

AlEft EFH U BEREE EFIITIICTZPMT *-PL/NL/SLRER SR > 8 — N ERDIB SR,

WEBAH S OJ DJRISRHRZSREEV (FEEQRI—R &)

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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BEIDAZPMT*-PL/NL/SLA; %331 VY — N OIEELIEIRG ©

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
AMTYIZEIAS—AYEF " MAXHE + BE—#(EJ15—\vREBF—IVEBEY+>27—/\) MaXand MSN type

W | oo TE&Z(mm) Tool dia.
wE | = 30/32 /35 3275
Work materials Applicable g H#4 No. of teeth 5N H# No. of teeth BN
inserts | Grades | £ b s (min) (mnvinin) i o (i) -
(soaren ~160 =50 | =240 | 1590 | 1190 | =50 | =240 | 1590 | 1,430
*250HBLIT _ | Jcs118
WE2SOHBLT | PUE | (s | 240 <30 | <120 | 1430 960 <30 | <120 | 1430 | 1,160
B0, oo 200 | =20 | <60 | 1270 760 | =20 | <60 | 1270 910
T B ~
(%Dstgﬁm 160 <50 | =240 | 1490 | 1120 <50 | <240 | 1490 | 1,340
ﬁie_gﬁ?&guT PLAZ | JCB118 240 =3.0 =120 1,340 900 =30 =120 1,340 1,080
SRRl 200 | =20 | <60 | 1190 710 | =20 | <60 | 1190 860
TUIN—R ~
T s ) 160 =50 | =240 | 1490 | 1120 | =50 | =240 | 1490 | 1,340
BZS0-36HRC | piy | Jost18| 240 <30 | =120 1,340 900 <30 | =120 | 1,340 1,080
{1.2311, £20) 200 | <20 | =60 1,190 710 | =20 | <60 | 1,190 860
TYUIN\—R 2§ =
<NA550,HPW§MQ1> 160 <40 | =180 | 1200 720 <40 | =180 | 1200 860
RRCT38-43HRC | Lz | Jcstis 240 <25 <90 1,080 600 <25 <9.0 1,080 710
e iNeey 290 <20 | =45 960 480 | <20 | =45 960 580
155 ANE ~
%ﬁﬁéﬁw - 160 | =85 | =150 | 1,000 600 | =35 | =150 | 1,000 720
Fga;ene;,dieste?, PLES | (5ios)| 240 <25 | =75 900 490 <25 | =75 900 580
[ il 290 <12 <38 800 380 <20 <38 800 460
13 A NS —
(S@ﬁ%ﬂ%) 160 <25 | =120 700 350 <25 | =120 700 420
Ipc oo B2HRC | PLAZ | DH102 | 240 =15 <6.0 630 280 <15 =6.0 630 340
(1.2344, 1.2379)
55-62HRC 290 - = - = _ _ - _
5% 575 ~160 <50 | <300 | 149 | 1490 <50 | <300 | 1,490 | 1,790
BESO0HBLIR | P || 240 | <40 | =150 | 1,340 | 1210 | =40 | =150 | 1,340 | 1450
pue, 6e6) 290 <30 <75 1,190 950 <30 <75 | 1,190 1,140
Zgu/sl?ﬁ)ﬂ ~160 <50 <240 1,490 | 1,120 <50 <240 | 1,490 1,340
B250HBLLT | PV [IBI8 1 o0 | <30 | =120 | 1,340 900 | =30 | <120 | 1340 | 1,080
Stainless steel (SLF) |(JC7518)
Below 250HB 290 =20 <6.0 1,190 710 =20 =6.0 1,190 860
N ~160 <50 | =180 600 450 <50 | =180 600 540
T(Ti-6A|-4}|/) SU | Je7s18| 240 <30 | =90 540 360 <30 | =90 540 440
(Tt
ranium &toy 200 | =20 | =45 480 200 | =20 | =45 480 340
N ~160 <50 | =180 300 230 <50 | =180 300 270
(ulvc071|s) s |Jersie| 240 <30 | =90 270 180 <30 | =90 270 220
fleone 200 | =20 | =45 240 140 | =20 | =45 240 170
PR —nAS ~160 <50 | <640 | 5970 | 5970 <50 | <640 | 5970 | 7,160
ﬁ%ﬁﬁ&y;ﬂﬁf NLFZ | FC18 240 <40 | <320 | 4480 | 4030 <40 | <320 | 4480 | 4840
50-110HB 290 <30 | =160 | 2990 | 2390 <30 | <160 | 2990 | 2870

R RELRE, ap: MARDYHAARE, Ge: FEAMDYLAHRE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFREIR

1) LEEDYIHISRMEE . ERMBIMES KT —IRIMEICHRU TR IZE L,
2) UUWHREUCBERF NAFRE Z LSEHEL)BELULTLREWV, HBVREVREZ T FTERLEEL,
3) BB NAREDBEERF. FIAHFRIZEZLLTLRE V. RICNB LT VIETFTERLEE L,
4) I7—=7O—C&IILKTREMBEITOTLREV, HHT IIEMCTOFrEFT AT TRV FTRIBITEFRLZE L,
5) fIEfT LTS UL FEET EIFIIICTZPMT %-PL/NL/SLREER T3R8 — N ER DB S,
WEBAYOJ DYJEIKHRZSRLIEE VN (FEEQRO—REKY)
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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BHIDAZPMT*-PL/NL/SLE; FAFE3LMRA 25— OIREIHISRF
Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts"

AMIYIZAEIAS—AYE MQAXF + BE—R®(TY15—\vREA—IVIBEY+>277—I\) M0X and MSN type

©

XIS

TE&R(mm) Tool dia.

S|
wEE | o=k 40/42 40
Work materials Applicable ig R4 No. of teeth BN FE No. of teeth 7N
inserts | Grades | T (), o (min) - i s )| (movin
(s ~160 | =50 | =320 | 1270 | 1,140 | =50 | =320 | 1270 | 1330
Z250HBLLITF . | JC8118
BE2OMBLT | P |Gy | 240 | =30 | =160 | 1,140 920 | =30 | =160 | 1140 | 1080
B s 290 | <20 | =80 | 1020 | 730 | =20 | =80 | 1,020 860
TE; o
(5351 o) 160 | =50 | =320 | 1190 | 1070 | =50 | <320 | 1190 | 1,250
®=255HBIAT | puyy | ucstis 240 =3.0 =16.0 1,070 870 =3.0 =16.0 1,070 1,010
S 200 | <20 | <80 950 | 680 | =20 | =80 950 800
TU\—R ~
‘“Fi“ o paR 160 =50 | =320 | 1,190 | 1070 | =50 | =320 | 1,190 | 1250
S 30-36HRC | pisz | ycs118| 240 <30 | =160 | 1,070 870 <30 | =160 | 1070 | 1,010
(2o, h20) 200 | =20 | =80 950 680 | <20 | =80 950 800
TUI\—RE ~
Ak v 160 | =40 | =240 950 680 | =40 | =240 950 800
R3843HRC | Pz | cs118| 240 =25 | =120 860 570 =25 | =120 860 660
ey 200 | =20 | =60 760 460 | =20 | =60 760 530
135 ANE ~
%E’Eﬁéﬂ%’*@) o 160 | =35 | =200 800 580 | =35 | =200 800 670
F{ar;ene;j o P || 240 | <25 | <100 720 470 | =25 | =100 720 540
iy 200 | =12 | =50 640 370 | =12 | =50 640 430
15 A NS —
‘S@ﬁ?giﬁ?ﬁg) 160 | =25 | =16.0 560 340 | =25 | =16.0 560 390
feo5 BoHRC | PLRZ | DH102 240 =5 =80 500 270 =15 =8.0 500 310
(1.2344, 1.2379)
55-62HRC 290 - - - - - _ - -
R ) ~160 | =50 | =400 | 1190 | 1430 | =50 | =400 | 1190 | 1670
BES00HBLIT | P || 240 | =40 | =200 | 1,070 | 1160 | =40 | =200 | 1,070 | 1,350
pue, 666) 200 | =30 | =100 950 910 | =30 | =100 950 | 1,060
RS ~160 | =50 | =320 | 1190 | 1070 | =50 | =320 | 1190 | 1250
B 250HBLT e loosial 240 | =30 | <160 | 1070 | 870 | <30 | <160 | 1070 | 1010
ainless stee! -
Below 250HB 290 =20 =80 950 680 =20 =8.0 950 800
N ~160 | =50 | =240 480 430 | =50 | =240 480 500
(TS | SUB (o758 | 240 | <30 | =120 430 350 | =30 | =120 430 410
(Ti
ey 200 | =20 | =60 380 | 270 | =20 | =60 380 320
e ~160 | =50 | =240 240 220 | =50 | =240 240 250
(NCoris) | S |J75t8| 240 | <30 | =120 220 180 | =30 | =120 220 210
e 200 | =20 | =60 190 | 140 | =20 | =60 190 160
A ~160 | =50 | =800 | 4780 | 5740 | =50 | =800 | 4780 | 6690
BOCONIONE | NUE | Fo18 | 240 | 40 | =400 | 3580 | 3870 | =40 | =400 | 3580 | 4510
50-110HB 290 | =30 | =200 2390 | 2290 | =30 | =200 | 2390 | 2680
2 RELRZ, ap: MARDYNAALRE, Ge: ¥ BEAMOYNAAFEE, n: TEOERE, Vi E)RE

2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vt: Feed speed
BEALDOEREIR

1) EECOIAEISAE ERAIES KUD— IR RO TRELLIZE L,
2) UUWHRELUISEF WHAHRS Z LEEHEL I BERLLTET V. HBVIEEVREZ TIF TERLES L,

BREBNTEDHEF. FTAHFSZEZLULTLREV RICNB KU VIZE T IFTERLIEE L,

)
3)
4) I7—J0— LKW TIREDEBZITOTREE Vo FIT IIFMCTOF v EFTAIIT TRV TUEBISERLZE W,
5)

Bt EFH UL FEREE EFIITITICTZPMT *-PL/NL/SLRER SR A V8 — N ERDIB SR,

WEBHY 0T DYIHISRZSIR<EE WV (FEEQRI—R &),

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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BEIDAZPMT*-PL/NL/SLA; %331 VY — N OIEELIEIRG ©

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QAMIYIART IALTISAAX/QXPH;  QXP type (facemill type)

i{f[‘f\ A TEZ(mm) Tool dia.
wE | = 40
Work materials Applicable g H#8 No. of teeth BN F# No. of teeth 7N
inserts | Grades (m€n) b s (min) (mnvinin) i o (i) -
(stoaam. ~150 =50 | =820 | 1270 | 1140 | =50 | =320 | 1270 | 1,330
RE250HBELT | pij |ycsits| 200 <30 | <160 | 1,140 920 | <30 | <160 | 1,140 | 1,080
B s 250 | =20 | <80 | 1020 | 730 | =20 | =80 | 1,20 860
i ~150 | =50 | =320 | 1190 | 1070 | =50 | =320 | 1,190 | 1250
ﬁiagﬁ?&guT PLAZ | JCB118 200 =3.0 =16.0 1,070 870 =30 =16.0 1,070 1,010
L2 250 | =20 | <80 950 | 680 | =20 | =80 950 800
(PRI7 P, P20) ~150 | =50 | =320 | 1190 | 1,070 | =50 | =320 | 1190 | 1,250
S 30-36HRC | pi | Jcs118| 200 <30 | =160 | 1,070 870 <30 | =160 | 1,070 | 1010
2311, F20) 250 | =20 | =80 950 680 | =20 | =80 950 800
(AT ~150 =40 | =240 950 680 S40 | =240 950 800
R3843HRC | Pz | Jcs118| 200 =25 | =120 860 570 =25 | =120 860 660
el 250 | =20 | <60 760 460 | =20 | <60 760 530
AN ~
I A e i R
Hardened die steel “ | (DH102) =¢- =1U. =c. =10.
(1.2344, 1.2379) 250 | <12 | <50 640 370 | =12 | =50 640 430
I i T
sk oz | — — — —
55-62HRC 250 - - - = - _ - _
Wﬁg"ﬁggﬂﬁﬁﬁ stis ~150 =50 | =400 | 1190 | 1430 | =50 | =400 | 1,190 | 1670
g%@g%‘é%ﬁmﬁ PLE | (DH1og)| 200 =40 | =200 | 1,070 | 1,160 =40 | =200 | 1070 | 1,350
Bolor) 300LB 250 | <30 | =100 950 910 | =30 | =100 950 | 1,060
2L e | s ~150 | =50 | =320 | 1190 | 1070 | =50 | <320 | 1,190 | 1,250
BE2S0HBMT | ) ((greng) 200 | =30 | =160 | 1,070 870 | =30 | <160 | 1070 | 1,010
Below 250HB 250 =20 =8.0 950 680 =20 =8.0 950 800
S han ~150 | =50 | =240 480 430 | =50 | =240 480 500
Tf&nﬁfnlqg}llgy SLF |Je7518| 200 | <30 | =120 430 350 | =30 | =120 430 410
250 | =20 | =60 380 270 | =20 | <60 380 320
— ~150 | =50 | =240 240 220 | =50 | =240 240 250
(Ncorie) | Su |Je7si8| 200 | =30 | <120 220 180 | =30 | =120 220 210
neone! 250 | =20 | <60 190 140 | =20 | =60 190 160
PLE—nES ~150 | =50 | =800 & 4780 | 5740 | <50 | =800 | 4780 | 6,690
Qo | N | Fo18 | 200 | =40 | =400 | 3580 | 3870 | =40 | =400 | 3580 | 4510
50-110HB 250 | =30 | =200 | 2390 | 2290 | <30 | =200 | 23%0 | 2680

R RELRE, ap: MARDYHAARE, Ge: FEAMDYLAHRE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERALOEFEER
1) LEEDYIHISRMEE . ERMBIMES KT —IRIMEICHRU TR IZE L,
2) UUWHREUCBERF NAFRE Z LSEHEL)BELULTLREWV, HBVREVREZ T FTERLEEL,
3) BB NAREDBEERF. FIAHFRIZEZLLTLRE V. RICNB LT VIETFTERLEE L,
4) I7—=7O—C&IILKTREMBEITOTLREV, HHT IIEMCTOFrEFT AT TRV FTRIBITEFRLZE L,
5) fIEfT LTS UL FEET EIFIIICTZPMT %-PL/NL/SLREER T3R8 — N ER DB S,
WEBAYOJ DYJEIKHRZSRLIEE VN (FEEQRO—REKY)
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

BHIDAZPMT*-PL/NL/SLE; FAFE3LMRA 25— OIREIHISRF
Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts"

QAMIYIART IAL T IS4 ZX/QXPH;,  QXP type (facemill type)

©

XIS

TE&R(mm) Tool dia.

| 1y
W HIH b’f —JI\ H—h 50 50 / 52
Work materials Applicable ig R4 No. of teeth 7N FEL No. of teeth 8N
inserts | Grades | T (), o (min) - i s () -
(stooam. ~200 | =50 | =400 | 1020 | 1070 | =50 | =400 | 1,020 | 1220
BE2SOMBUT | pu [ (ors | 250 | <30 | =200 920 870 | <30 | =200 920 990
Baiow 250018 300 | =20 | =100 820 | 690 | <20 | =100 | 820 790
oo ~200 | =50 | =400 950 | 1,000 | =50 | =40.0 950 | 1,140
ﬁEagaﬁguT PLAZ | JC8118 250 =3.0 =20.0 860 810 =30 =20.0 860 930
e 30 | <20 | <100 760 | 640 | =20 | =100 | 760 730
(P37 P, P20) ~200 | =50 | =400 | 950 | 1,000 | =50 | =400 950 | 1,140
S 30-36HRC | pi | ycs118| 250 <30 | =200 860 810 <30 | =200 860 930
(1,251, 720) 300 | =20 | =100 760 640 | =20 | =100 760 730
AT ~200 =40 | =300 760 640 =40 | =300 760 730
R3843HRC | Pz | Jcs118| 250 =25 | =150 680 520 <25 | =150 680 600
el 30 | =20 | =75 610 30 | =20 | =75 610 490
(KOG, DAC DHA) ~200 | =35 | =250 | 640 | 540 | =35 | =250 | 640 610
fE&42-52HRC | pjfy (JDC:}SZS) 250 <20 | =125 580 440 | =20 | =125 580 500
(12344, 1.2379) 300 <12 | =60 510 340 | =12 | =60 510 390
et ten ~200 =25 | =200 450 320 | =25 | =200 450 360
FECS8-62HHC | PLRZ | DH102 | 250 <15 | =100 400 250 =15 | =100 400 290
(1-2344, 1.2379) 300 | =10 | =50 360 200 | =10 | =75 360 230
n-g*-af(-F%aF%g)wﬁﬁ% ~200 =50 =50.0 950 1,330 =50 =500 950 1,520
BEI00HBLI | puy X081 250 | <40 | =250 860 | 1,080 | =40 | =250 | 860 | 1240
B e 300 | =30 | =125 760 850 | =30 | <125 760 970
AL s s ~200 | =50 | =400 950 | 1,000 | =50 | =40.0 950 | 1,140
BX250HBIUT | ) [(C7518) 250 | =30 | =<20.0 860 810 | =30 | =200 860 930
Below 25018 SF 300 | =20 | =100 760 640 | =20 | =100 760 730
N ~200 | =50 | =300 380 400 | =50 | =300 380 460
e | si GEB| 250 | =30 | =150 340 30 | =30 | =150 | 340 370
300 | =20 | =75 300 250 | =20 | =75 300 290
T ~200 | =50 | =300 190 200 | <50 | =300 190 230
(ncorie) | sL SR8l 250 | =30 | =150 170 160 | =30 | =150 170 180
300 | =20 | =75 150 130 | =20 | =75 150 140
=S ~200 | <50 | <1000 | 3820 | 5350 | <50 | <1000 | 3,820 | 6,110
BEOO-TIONB | NUE | qijy| 250 | <40 | <500 | 2860 | 3600 | <40 | <500 | 2860 | 4120
50-110HB 300 | <30 | =250 | 1910 2140 | =30 | =250 | 1910 | 2,440
2 RHLREZ, ap: BiARDYHAHRE, Qe: FFEABDYNAHFRE, N : TEEERE, Vi XIRE

2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vt: Feed speed
BEALDOEREIR

1) EECOIAEISAE ERAIES KUD— IR RO TRELLIZE L,
2) UUWHRELUISEF WHAHRS Z LEEHEL I BERLLTET V. HBVIEEVREZ TIF TERLES L,

BREBNTEDHEF. FTAHFSZEZLULTLREV RICNB KU VIZE T IFTERLIEE L,

)
3)
4) I7—J0— LKW TIREDEBZITOTREE Vo FIT IIFMCTOF v EFTAIIT TRV TUEBISERLZE W,
5)

Bt EFH UL FEREE EFIITITICTZPMT *-PL/NL/SLRER SR A V8 — N ERDIB SR,

WEBHY 0T DYIHISRZSIR<EE WV (FEEQRI—R &),

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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BHIDAZPMT*-PL/NL/SLH; AFE3TIRA Y — b DIREVIHIS

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"
QAMIYIART IAL T IS4 AX/QXPH;  QXP type (facemill type)

ML | > TE&Z(mm) Tool dia.
waw | S T=h 63/ 66
Work materials Applicable & . FE No. of teeth 8N
inserts | Grades | =% b T (min) (mnvinin)

@ﬁﬁcfﬁﬁ%ﬁx o ~250 | =50 | =500 810 970
el L i 300 <30 | =250 730 790
By s 30 | <20 | <125 650 620

T B ~

(SKDMSﬁED\m 250 | =50 | =500 760 910

ﬁﬁ%ﬁi’l@fﬁ PLF |JC8118 300 =3.0 =25.0 680 730
SRRl 350 | <20 | <125 610 580
TYUI\—R§ ~

@iy o pa 250 | =50 | =500 760 910

BS3036HRC | pigz |yost1s| 300 | =30 | =250 680 730
ey 350 | <20 | <125 610 580
TUIN\—R 2§ ~

<?§5\?g;z§ﬁ%> 250 | =40 | =380 610 590
(LMoI&steeI) PL | Jcs118 300 <25 | =190 550 480
SR 350 | =20 | =95 490 390

15 ANS ~

‘%ﬁﬁéﬁ%‘*@) oo 250 | =35 | =320 500 480

I-Earcd_eneadieste?l PLE | ibitioz)| 300 <25 | =160 450 390
N oting 350 | <15 | <75 400 310

feud n“ ~

<§g9ﬁ§g§§g3> 250 | =25 | =250 350 280

H(argene;j e Ste?, PLF. | DH102 300 =15 =125 320 230
N oting 350 | <10 | =65 280 180

a5 505 1)k ~250 =50 =64.0 760 1,220

B 300HBIUR | p gy |JC8118 - -

Grey & Nodular cast iron iz (DH102) 300 =40 =320 680 980
B S 350 <30 | =160 610 780
27U ~250 <50 | =500 760 910

Eonoetb | PUE (08118 T a0 [ <psg 680 730
Stanlesssteel | (SLF) |(UC7518) —— ——

Below 250HB 350 =20 =125 610 580
BN ~250 <50 | =380 300 360
(Ti-BAI-4V) SLFZ | JC7518 300 =3.0 =19.0 270 290
Titanium alloy 350 | <20 | =95 240 230
N ~250 <50 | =380 150 180
(INCO718) SLFZ | JC7518 300 =3.0 =19.0 140 150

| |

fleone 350 | =20 | <95 120 110

E&50-110HB ; <
onnmalor | NUE | et 300 <40 | =630 | 2270 3,270

50-110HB 350 <30 <315 1,520 1,940

R RHELRE, ap: MARDYHAARE, Ge: FEAMDYHAHRE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LOFREIR

1) LEEDYIHISRMEE . MBI S KT —JRIMEICHRU TR IZE WL,
2) UCUNBRELIHER BAFREZ LEEHBLIBELTREWV, H2VIEEVREZ FFTEREE WL,
3) B NAREDBEERF. FIAHFRIZEZLULTLREE V. RICNB LT VIETIFTERLEE L,
4) I7—=7O—C&IILKTREMBZITOTLREV, HHT IIEMCTOFrET AT TRV FTRIBITEFRLSZE L,
5) fIEfT LTS UL FEET EIFIIICTZPMT %-PL/NL/SLREER 5381 V8 — N ER DB S,
WEBA Y OJ DYJEIKHRZSRLIEE VN (FEEQRI—REKY)
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—FHILAIEE EFRYPHW*-15/-Fi I3RS U —b EEIEISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMTYYIZ EIa15=~\YE " MQAXH + BBE—E(TI 15— NyRAF—ILBE+>27—I\) MaXand MSN type

(4]

TE®& (mm) Tool dia.

wmus | T27 16/17 20 20/21
Work materials | M7 X% No. of teeth 2N F# No. of teeth 3N F# No. of teeth 4N
Grades (m%) (r/nDrrf1) (l‘?]l?]) (min-') (mm\ﬁwm) (m€n) (nfjnfn (rﬁrﬁ) (min-) (mm\{rfnln) (mé[?n) (mPr;) (rﬁnen (min”') (mm‘frfmn)
(Ssig‘ﬁ?w ~70 | 05 <02 | 8950 2680 | ~70 | 06 [<0.2 | 7,160 3,220 | ~70 | 0.6 |<02 |7,160 4,290
R 2oOHBT | pats | 120 | 05 <02 | 6960 1390 | 120 | 06 |<02 7160 2790| 120 06 <02 |7160 3720
Ol 201 160 | 05 |<02 | 6,960 1,110| 190 | 06 |<02 5570 1670| 190 | 06 |<02 |5570 | 2230
e ~70 | 05 |<02 | 79602390 | ~70 | 06 |<02 | 6370|3220 ~70| 06 |<02 | 6370 4,290
MRCEOOHBLIT | fo80 | 120 | 05 |<02 | 59701190 | 120 | 06 |<02 | 6370 2480 | 120 | 06 |<02 |6370 | 3310
“si?s‘xﬁséﬁ?’ 160 | 05 <02 | 5970/ 960 | 190 | 06 |<0.2 |4770|1430| 190 | 06 |<02 | 4,770 | 1,910
At ~70| 05 |<02 | 6960 1670 | ~70 | 06 |<02 | 5570|2000 | ~70 | 06 <02 |5570 2670
B0 SBHRC | eto | 120 | 05 |<02 | 4970) 840| 120 | 06 <02 5570 1670| 120 | 06 <02 5570 2230
ey 160 | 05 |<02 | 4970/ 700| 190 | 06 |<02 3980 960| 190 | 06 |<02 | 3,980 | 1280
ﬁ%gm‘;‘{jﬂ) ~70 | 05 |<02 | 4,980 1,200 | ~70 | 06 |<0.2 |3980 1430|~70| 06 |<02 | 3980 1910
RSB AIAC | SO%a| 120| 05 |<02 | 3560/ 600| 120 | 06 <02 3980 |1,190| 120 06 <02 | 3,980 150
o 160 | 05 |<02 | 3560| 500| 190 | 06 |<02 |2840| 690| 190 | 06 |<02 |2840 920
(smﬁ%ﬂéﬁwm ~70 | 05 <015 3380 680|~70 06 <015 2710 810|~70 | 06 |<0.15 2,710 1,080
oo | aote| 120 05 <015 2400 340| 120 | 06 |<015 2710 | 670 120 | 06 <015 2710| 890
(2t i) 160 | 05 |<0415 2400 280| 190 06 |<015 1940  390| 190 06 |<0.5 1940 520
% 95 ~70 | 05 |<02 [10900/3270 | ~70 | 06 |<02 | 8750|3940 | ~70 | 06 |<02 | 8750 5250
B | Sma | 120 | 05 |<02 | 8950/ 2150 | 120 | 06 <02 |7160 2580 120 | 06 <02 | 7160 | 3440
Boln SOE 160 | 05 |<02 | 8,950 1,790 | 190 | 06 |<02 | 7,160 |2150| 190 | 06 |<02 | 7,160 | 2870

R RHULEREZ, Pt:EVI74—K, Ge: ¥BFARDYNAARE, n: TEEERE, Vi: X )RE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFREIR

1) LSRRI RIS KO — I RIS U TRELIEE L,

2) BUUHFRELR

3) BMEBNTEDZEE. FTVIAHFRETE XL TLREEV RICNB KV VIZ T IFTERLEE L,
4) I7—70O— LKW TREMEBZTO>OTRE W, FIC IEMCTOFvET AN TIIII S FTRBITERLEE L,

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.

613 AR Z LSEMELVBELUTKEET V. H2VIEXVEREZE T FTERLIEE L,
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el i

N—FHILAIEEEIFRYPHW:-15/-Fi; T3S0 VY —b EEEIRG (4)
Recommended cutting conditions for "YPHW < -15/-F-type inserts" (For up & down finishing)
QAMIYIZ EIaA5=\vE MQXF + BE—H(TY 15— NvREAF—IVBIEY+>27—)\) MaX and MSN type
e, TEfZ (mm) Tool dia.
W | Y—k 25/26 25/26/28 30/32/35
Work materials | $47& H# No. of teeth 4N F# No. of teeth 5N F# No. of teeth 5N
Grades £ Pt de n Vi 8 Pt de n Vi £ Pt de f Vi
(mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(sz‘of?gsmsc) ~90| 07 |<02 |5730|4120| ~90| 07 |<02 | 57306210 |~100| 0.8 |<0.2 |4,480 | 4,030
MCESOMBAIT | CBW2 | 140| 07 <02 5730 | 3440| 140 07 <02 5730 4300 150 08 <02 | 4480 4030
(50, C55
o 2a0 210| 07 |<02 |4460|2140| 210| 07 |<02 |4460 | 2,860 | 210 08 |<0.2 | 3480|2610
(SKDIgﬁiEm 1) ~Q0| 07 |<02 5090 3660| ~90| 07 |<02 |5090 4580 |~100 08 |<0.2 | 3980 | 3580
MECEOOHBLIT | fo80s | 140| 07 <02 |50003050| 140| 07 |<02 5090 3810| 150 0.8 <02 |3980 | 3560
1.2344,1.2379
T 210| 07 |<02 |3820|1830| 210| 07 |<02 3820|2290 | 210 08 |<0.2 | 2980 1,740
(ﬁ#m’)&??z%ﬂ) ~90 | 07 |<02 |4460|2680| ~90| 07 |<0.2 | 4460 3350 |~100 08 |<0.2 |3480 2610
BCS088HRC | 18t | 140| 07 |<02 |4460 2140| 140 07 |<02 4460 2680 | 150 08 <02 3480 2610
(1.2311, P20) 210 07 |<02 |3180 1270| 210| 07 |<02 3180|159 | 210 08 |<02 | 2490 | 1,250
(@%{);ﬁ‘/jﬂ) ~90| 0.7 <02 |3,180 1530| ~90| 07 |<02 | 3180|1910 |~100| 08 <02 | 2490 | 1,500
B8 ASHRC | do8to | 140| 07 |<02 3180 1220| 140 07 |<02 3180 1520 | 150| 08 <02 | 2490 1500
1.2311, P21
e 210| 07 |<02 |2270| 730| 210| 07 |<02 |2270| 910| 210/ 08 |<02 | 1,780 | 720
(SKD%%)B?EEDHA) ~90| 07 |<0.15/2160| 860| ~90| 07 |<0.15| 2,160 | 1,080 |~100| 0.8 |<0.15| 1,690 | 850
B s | e | 140 07 | <015/ 2160 | 690| 140| 07 <015 2160 | 60| 150 08 |<0.15) 1,690 | 850
1.2344,1.2379
s i 210| 07 |<015/1540| 410| 210| 07 |<0.15/1540 | 510| 210 08 |<0.15/1210| 410
nw}(fgyégfbﬁﬁ ~90| 07 |<02 |7,000]|4200| ~90| 07 |<02 | 7000 5250 |~100| 0.8 |<0.2 |5470 | 47100
B OOHBLLT | do8te | 140| 07 |<02 5730|2750 | 140| 07 |<02 5730 | 3440| 150 0.8 |<02 | 4480 | 2690
GG, GGG
S 210| 07 |<02 |5730|2290| 210| 07 |<02 5730|2860 | 210 08 |<0.2 | 4480 | 2,240

R:RHLEREZ, Pf:EVIT74—K, Ge: ¥BFAMDYNAARE, n: TEEERE, Vi: X )RE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFREIR

1) LEEDYIRIRAE ERAIES KD —TBIMEICRU THEBLEE N,

2) CUWHREUISERF AHAFREZ MBSV BESLTLREV. HBVFEVEEZ FIFTERALES L,

3) BMEBNTEDHEF. FTVIAHFREIEZLLTLREEV RICNB KU VIZ T IFTERLEE L,

4) I7—70O— LKW TREMBZITOCTLRE WV, FHI IIEMCTOFrET AT TRV FRIBSERLSIZE 0,

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

N—FHIEAIETEIFRYPHW:-15/-Fi TSR VY —D EEEIRG (4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMTYI R EVaAS=AYE MQAXH + BE—®(TY15—\vREAF—IVEBE v+ 7—I\) MaXand MSN type
e, TE& (mm) Tool dia.
WHE M |Y—h 32/35 40/42 40
Work materials | #47& H# No. of teeth 6N F# No. of teeth BN F# No. of teeth 7N
Grades 2 Pt e [ Vi Pt e f Vi Pt de [ Vi
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min?) |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
(Ssﬁigﬁm ~100| 0.8 |<02 | 4,480 | 4,830 | ~100| 0.88 |<0.2 | 3,580 | 3,870 [~100| 0.88 |<0.2 |3,580 | 4,520
R 2oOHBAT| (bt | 150 08 <02 | 4480 4830| 150| 088 <02 3580 3870 | 150 088 <02 | 3580 | 4520
50, C55
o Bas 210/ 08 |<02 |3480|3130| 210| 088 |<02 | 2,790 2,010 | 210 0.88 |<0.2 | 2,790 | 2,350
TR ~100| 08 |<02 |3980 4,300 |~100| 0.88 |<0.2 | 3,180 | 3,430 | ~100| 0.88 | <02 | 3,180 | 4,000
(SKD61, SKD11)
MECEOOHBLIR | fo80s | 150/ 08 <02 3980 | 4300| 150| 088 |<02 3180 3430 | 150| 088 |<0.2 | 3180 | 4000
1.2344,1.2379
et 210| 08 |<02 | 2980 |2,000| 210| 0.88 |<0.2 | 2,390 | 1,720 | 210| 0.88 |<0.2 | 2390 | 2,010
TUN— RV ~100| 08 |<02 | 3480|3130 |~100| 0.88 |<0.2 | 2,790 | 2,510 | ~100| 0.88 | <02 | 2,790 | 2,930
(HPM7, PX5, P20)
B0 SOHRC | Soto | 50| 08 | <02 | 3480(3130| 150 088 | <02 | 2790 | 2510| 150 088 <02 | 2790 | 2930
1.2311, P20
(30—36HRC) 210| 08 |<02 | 2490|1500 210| 0.88 |<0.2 | 1,990 | 1430 | 210] 0.88 |<0.2 | 1,990 | 1,670
TUN\— /5 ~100| 0.8 |<0.2 | 2490 |1,800|~100| 0.88 |<0.2 | 1,990 | 1,430 [~100| 0.88 |<0.2 | 1,990 | 1,670
(NAK80, HPM1, P21)
BB ASHRC | do8to | 150| 08 |<02 |2490 1.800| 150 088 |<02 1,990 | 1430 | 150| 088 <02 | 1,990 1,670
1.2311, P21
(38.43HRC) 210| 08 |<02 | 1,780 | 860| 210| 0.88 | <02 | 1420 820| 210 0.88 |<0.2 | 1420 | 960
BEANSE ~ ~ , , ~ . 15/ 1, 950
Sk TR 100| 08 |<0.15| 1,690 | 1,020 | ~100| 0.88 |<0.15 1,350 | 810 |~100| 0.88 <0.15| 1,350
o | aote| 150| 08 | <015/ 1690|1020 | 150| 0.88 |<015 1350 | 810 150| 088 <0.15 1350 950
1.2344,1.2379
2ot e 210/ 08 |<0.15/1210| 490| 210| 0.88 |<0.15/ 960 460 | 210  0.88 |<0.15 960 | 540
ma}(%?ég)”’ﬁ% ~100| 08 |<02 | 5470|4920 | ~100| 0.88 |<0.2 | 4,380 | 3,940 | ~100| 0.88 | <02 | 4,380 | 4,600
B T | Sma | 150/ 08 |<02 | 4480|3230 | 150| 0:88 |<02 (4380 | 3940 | 150) 0.88 |<02 | 4380 | 4600
GG, GGG
B 210| 08 |<02 | 4480|2690 | 210| 0.88 |<0.2 | 3580 | 2580 | 210 0.88 |<0.2 | 3580 | 3,010

R RBHULREZ, Pi:EYI74—FK, Ge: ¥RABDYNAHRE, N : TEREEERE, Vi: X)EE
2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EA LDFREIR

1) LSRRI BRI S KO — ISR U TRELIEE L,

2) BUUHFRELR

3) BMEBNTEDZEE. FTVPAHFREIE XL TLREEV RICNB KV VIZ T FTERLEE L,
4) I7—70O— LKW TREMEBZTH>OTRE W, FIC IEMCTOFvET AN TIIII S FTRBITERLEE L,

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.

613 AR Z LSEMELVBELUTKEET V. BB VIEXVEREZE T FTERLIEE L,



Ouick & Mini

New generation high feed mill

e)!

IS—FHIVEE TR YPHW:-15/-Ffi; 3SR Y —b BEGIHIRE 4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMIYIRX KT IALTITSA R, QXPH,  QXP type (facemill type)
e, TE£Z (mm) Tool dia.
WH M | Y—b 40 50
Work materials ngi E/%ﬁfl No.;feteeth 6N f 79%5} No.gfeteeth 7N o ﬂ%ifl No.;feteeth 7N -
(mm) | (mm) | (mm) | (min) (mm/min) (mm) | @@m) | (mm) | @min) [mm/min) (mm) | mm) | (mm) | (min) (mm/min)
~150| 088 | <02 | 3580 | 3,870 |~150| 0.88 | <02 | 3580 | 4520 [~150| 1 |<02 | 2,860 | 3,600
o) 200| 0.88 |<02 | 3580 | 3870 | 200| 0.88 |<02 | 3580 | 4520| 200 1 |<02 | 2860 | 3600
it T | ooy | 250] 0.88 [<02 | 3580|3220 | 250| 088 |<0.2 |3580 3760 | 250 1 | <02 | 2860 | 3,600
050, 055) 300| 088 |<0.2 | 2790 | 2010| 300| 088 |<0.2 2790 | 2350 | 300 1 |<02 | 2860 | 3,000
30 - | - | - | - | 80 - | - | - | - | 80 1 |<02]|2860 3000
~150| 0.88 | <02 | 3,180 | 3430 |~150| 0.88 | <02 | 3180 4,000 |~150| 1 |<02 |2550 3210
(KT 1) 200| 0.88 |<02 | 3,180 |3430| 200| 0.88 |<02 | 3,180 | 4000| 200 1 |<02 |2550 | 3210
o RIT | Do | 250| 088 |<0.2 | 3180 | 2860 | 250| 0.88 |<02 3180|3340 250| 1 |<02 | 2550 | 3210
S 300| 088 |<02 | 2390 | 1720| 300| 0.88 |<02 | 2390 |2010| 300 1 |<02 | 2550 2680
30| - | - | - | - | 30 - | -] - | - | 80 1 |<02]|2550 2680
~150| 0.88 |<02 | 2,790 | 2510 | ~150| 088 [<02 | 2790 | 2930 [~150] 1 |<02 22302340
T o o 200| 0.88 |<02 | 2790 | 2510| 200| 0.88 |<02 | 2790 | 2930 | 200, 1 |<02 | 2230 2340
B HRC | by | 250| 088 |<02 |2.790 | 2010| 250| 0.8 |<02 2790 |2350| 250| 1 | <02 | 2230|2340
“3’%2%%0) 300| 0.88 |<0.2 | 1990  1,190| 300| 0.88 |<02 | 1,990 | 1,390 | 300 1 |<0.2 | 2230|1870
30 - | - | - | - | 80 - | - | - | - | 80 1 |<02]|22%0 1870
~150| 0.88 |<0.2 | 1990 | 1430 [ ~150] 088 [<02 [ 1,990 ] 1,430 [~150] 1 [<02 | 15901340
AT 200| 0.88 |<02 1,990 |1430| 200| 0.88 |<02 | 1,990 | 1430| 200, 1 |<02 |1,590 | 1340
B IR | by | 250] 088 |<0:2 | 1990|1150 | 250| 0.8 |<02 | 1990 |1,150| 250| 1 | <02 | 1,590 1340
“ﬁﬂ;ﬁ” 300| 0.88 |<0.2 | 1420 680| 300| 0.88 |<02 |1420| 680 | 300 1 |<0.2 |1590 1,070
30| - | - | - | - |30 - | -] - -] 80 1 |<02]|15% /1070
~150| 0.88 |<0.15/1350 | 810|~150] 088 [<0.15[ 1,350 950 [~150] 1 |<0.15 1080 760
. 200| 0.88 |<0.15/1350 | 810| 200| 0.88 |<015/1,350| 950| 200 1 |<0.5/1,080 760
B erea oo | e |  250| 0.88 |<015/1,350 | 650 | 250| 088 |<0.15/ 1350 | 760| 250 1 |<0.15] 1080 760
(12344, 1237 300| 0.88 |<015/ 960 | 390| 300| 0.88 |<015| 960 460| 300 1 |<015/1,080 610
30 - | - | - | - | 30 - | - - | - | 80/ 1 <0151080 610
~150| 0.88 |<0.2 | 4380|3940 | ~150] 088 [<02 [ 4380] 4600 [~150] 1 [<02 |3500]3680
RE e L 200| 088 |<02 | 4380 |3940| 200| 0.88 |<0.2 | 4380 | 4600| 200| 1 |<02 | 3500 3680
o T e | 250] 088 [<02 | 3580 | 2580 | 250| 088 |<0.2 | 3580 |3010| 250 1 | <02 | 3500 | 3680
RoGlaa)s 300 0.88 |<02 | 3580|2150 | 300| 088 |<0.2 |3580 | 2510| 300| 1 |<02 | 2860|2400
30| - | - | - | - | 30 - | - | - | - | 80 1 |<02]|280 2400

2 RBHLEZ, Pf:EYy771—F,

e: ¥RFEOYBAALRS, n: TERERE, Vi &RE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFETEIR

1) LEEDVIRISRAE BRAIES KT D — TR U THEBLEE N,
2) CUWHREUSZEF ABAFREZ LEEHMELVBELLTLREEV. HBNFEIEEZ FIFTEALEEL,
3) WBEINTREDHZEIRF. FTUAHFREZ R L TLEET V. RICNB RO VIZETIFTERLIEE L,
4) I7—=70— LKW TREMBZITOCTLREE VY, FHI IIEMCTOFrET NI TRV FTREB(TERLSIZE 0,

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

N—=FHIEIEEEFEYPHW:-15/-Ffi; 53T/ Y —D ESU5EIR% (4]

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For up & down finishing)
QAMIYIRX RTPIALTITSA R, QXPH, QXP type (facemill type)

TE& (mm) Tool dia.

'
wHEl | Y—b 50 /52 63 /66
Work materials | #4%& 39%&1 No. of teeth 8N - ﬂff( No. of teeth 8N .
Grades | () | (mm) (r?n?]) (s o, (i | (rﬁrﬁ) (b, | i
~150| 1 |<02 |2860]4110|~200] 112 [<02 | 2270 | 3.260
) 200) 1 <02 |2860 4110| 250 112 |<02 | 2270 | 3260
s \
@Ea%gg’njg)gﬁ* Ouom| 2500 1 |<02 |2860|4110| 30| 112 |<02 | 2270 | 3260
€50, C55
050, 58) 300) 1 |<02 |2860 3430| 350] 112 |<02 | 2270 | 2,720
350 1 |<02 | 2860 3430| 400| 112 [<02 | 2270 | 2,720
~150| 1 |<02 | 25503670 |~200] 112 [<02 | 2,020 | 2,910
B
(KOSt 1) 200) 1 |<02 |2550|3670| 250] 112 [<02 | 2,020 2,910
* AN
ﬁ?Q%ii’Qﬁ“T Doos| 20| 1 |<02 | 25503670 | 300| 142 |<02 | 2020 | 2910
1.2344,1.2379
2344, 1.237 300) 1 |<02 |2550|3060| 350 1.12 |<02 | 2020 | 2420
350 1 |<02 | 2550 |3060| 400 1.12 |<02 | 2,020 | 2420
~150] 1 |<02 | 2230 2,670 |~200] 1.12 | <02 | 1,770 | 2,120
T o o 200) 1 <02 |2230 2670| 250 142 |<02 | 1,770 | 2420
~30-
B SoRC bty | 2501 1 |<02 [2230 2670| 300 142 |<02 1770 | 2,120
(12311, P20) 300 1 |<02 2230 2140 350 112 <02 | 1,770 1700
350 1 |<02 2230 2140| 400| 112 [<02 | 1,770 | 1,700
~150 1 |<02 | 1590 1530 |~200] 112 [<02 | 1,260 | 1,210
(GAKED, HPYAT a0 200] 1 |<02|1590 1530 250| 1.12 |<02 | 12601210
fEx38-43HRC | JC8015
(LMoIdsteeI) ol 250] 1 <02 15901530 | 300 1.12 |<02 | 1,260 1210
1.2311, P21
Ll 300] 1 |<02 159 |1220| 350 1.12 |<02 |1.260| 970
350 1 |<02|159 |1220| 400| 112 |<02 | 1,260 | 970
~150| 1 |<0.15] 1080 870|~200] 1.12 |<0.15] 860 | 690
. 200 1 | <015 1080 870| 250| 112 | <015/ 860 690
fEc42-52HRC | DH102
e | )| 250] 1 <o1s/1080] 870 300 112 [<0d5| 860 690
(1'2432‘{2’2:#21879) 3000 1 |<0.15/1,080| 700| 350| 1.12 |<0.15 860 | 550
350| 1 |<015/1080| 700| 400| 112 |<015 860 550
~150| 1 |<02 |3500] 4210 |~200] 112 [<02 | 2780 | 3,340
e g 200 1 |<02 3500|4210 250| 112 |<02 | 2780 | 3,340
R 300HBLLTF | J08015
Gre;%NUdumaimn sama| 250 1 |<02 3500 4210| 300) 112 |<02 | 2780 | 3340
GG, GGG
(O EE 300] 1 |<02 |2860|2740| 350] 1.12 [<02 | 2270 2,180
350 1 |<02 |2860|2740| 400 1.12 |<02 | 2270 | 2,180

2 RBHLEZ, Pf:Ey771—F,

Qe: MEFEOALES, N : TEEEEE, Vi %0)ERE

2 : Overhung length, Pf: Pick feed, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALDFEREIR

1) LEEDUIRISAS . ERAIES KO —IBIEICRUTREELIEE L,
2) CUIHREUZEF ABAHFREZ LEEHMELVBELLTLREEV HBVNFEDEEZ FFTERLEE L.
3) BHMEBNTEDZEE. FTVNAHFREIEZLLTLREEV RICNB KU VIZ T FTERLEE L,
4) I7—=70O— L&YW TREMEZITO TR E WV, FHT IIEMCTOFrET A NIT TRV FTREB(TERLSIZEE 0,

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

New generation high feed mill

e)!

EIEH LR YPHW::-15/-Ffi; I5%3TIR1 Y — EELIEIRE 4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI X EVaAS5=AYE " MQAXH + BBE—&(TY15—\vREBF—IVEBE v+ 7—I ) MaXand MSN type
e, TE&Z (mm) Tool dia.
wEI M | H—k 16 /17 20 20/ 21
Work materials | #4%& R No. of teeth 2N T No. of teeth 3N X#L No. of teeth 4N
Grades g ap ae n Vi 2 ap 8e n Vi e ap ae f f
(mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min?) |(mm/min)| (mm) (mm) (mm) | (min") |(mm/min)
FRFRSH ~70 | 15 |<0.2(12,900 3,870 | ~70 | 1.5 | <0.2 (10,300 4,640 | ~70 | 1.5 | <0.2 /10,300 6,190
(850C, $550) CX75
mS2SOHBIT ucewts) 120 | 1| <02| 850/2150| 120 | 1 | <02 7160 2580| 120 | 1 | <02 7.160 3440
DH102
B0, o) 160 | 07 | <02]| 8950 1,790| 190 | 07 | <0.2| 7,160/2,150| 190 | 0.7 | <02| 7,160 2,870
sxor o) | oxs 70| 15 | <02 8950 2,680 | ~70 | 1.5 | <0.2] 7,160[3,220| ~70 | 15 | <0.2| 7,160/ 4,290
Cldend HEDlR ((J08015)) 120 1 | <02 89502150 120 | 1 | <0.2| 7,160/2580 | 120 | 1 | <0.2| 7,160| 3,440
DH102
i, e 160 | 07 | <02 6,960 1,390 | 190 | 07 | <02| 5570/ 1670| 190 | 0.7 | <02 | 5570| 2.230
e ~70| 15 | <02/ 89502680 ~70| 1.5 | <02/ 7,160 3,220 ~70 | 15 | <02/ 7,160] 4,290
1B 30-36HRC | JC8015
R9SBHRC | Sy | 120 1| <02 89502150 120 | 1 | <02 7,160/ 2580 120 1 | <0.2| 7,160 3440
(1,251, =20) 160 07 | <02 69601390 | 190 | 07 | <02 5570/ 1670| 190 | 07 | <02| 5570|2230
(nﬁ%&ﬁpﬁﬁ) ~70| 15 | <0.2| 7,960/ 1,910 ~70 | 1.5 | <0.2| 6,370/2,290 | ~70 | 1.5 | <0.2| 6,370/ 3,050
e 38-43HRC | JC8O15
S AsHRC | | 120 1 | <02] 6960 13%0] 120] 1 | <02|5570[1670| 120 | 1 | <02] 5570|2230
e 160 | 07 | <02| 6.960/1110] 190 | 07 |<o02| 5570/ 1,340| 190 | 0.7 | <02| 5570/ 1,790
. 70| 15 | <02 3980 800|~70| 15 | <02/ 3180 950| ~70| 15 | <02| 3,180] 1,270
I-Eaﬁjeneddiesteszl bmosy| 1201 1 | <02 3380 540| 120 | 1 | <02| 2710 630| 120 1 |<02| 2710 840
Ntk 60 - | - | - - |10 - -] -] - |10 - -] -] -
BEATR ~ ~ ~
s Ao 70| 1 [<o02]| 3580 720[~70] 1 [<02] 2860 s60|~70] 1 [<o02] 2,860/ 1,150
H(a%ened e s DHi02 | 120 | 0.7 | <0.2| 2,980 480| 120 | 07 | <02/ 2,390 s570| 120 | 0.7 | <02]| 2,390 760
e 60| - | - | - | -1 -| -] -] -1 -]-1]-1]-
T ik ~70 | 15 | <02110,900/3270| ~70 | 15 | <0.2| 87503940 | ~70 | 15 | <0.2] 8,750| 5,250
& 300HBLLT | JCBO15
B S OHBLLE | Stos)| 120 1| <02 8950 2,150| 120 | 1 | <02 7,160/ 2580 120| 1 | <0.2| 7,160 3440
o6, 66G) 160 | 07 | <02 8950 1.790| 190 | 07 | <02 7,160 2.150| 190 | 0.7 | <02 7.160| 2,870
A7 LA ~70| 15 | <02/ 89502680 ~70| 15 | <02/ 7,160/ 3220 ~70 | 15 | <0.2] 7,160[ 4,290
SUS304
25 0HBLT [ sor s [ 120 | 1| <02 89502150 120 | 1 | <02 7,160 2,580 | 120 | 1 | <0.2| 7,160/ 3440
Stainless steel
Below 250HB 160 | 0.7 | <02/ 6,960/ 1,390 190 | 07 | <02 5570[1670| 190 | 0.7 | <0.2| 5570/ 2,230
S oas ~70| 15 | <02/ 1,790] 430| ~70] 15 [ <02 1430 520|~70| 15 | <02/ 1,430/ 690
yA
(rea-ay) | doSiS | 120 | 1| <02| 1390 280| 120 | 1 | <02| 1110 330| 120 1 |<02| 1,110 440
Titani I
e ey 160 | 07 | <02 1390 220| 190 07 |<02| 1110 270| 190 | 07 | <02| 1110 360

2 RELRE, ap: BIARDYNAHARE, Ge: $EABMDYLAHRE, N : TEEEGRE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFREIR

1) LEEDYIRISRAE ERAIES KT D —TBIMEICRU THERBLZE N,

2) CUWHRELUSZEF AHAFREZ MBS BESLTLREEV. HBVFE)EEZ T IFTERALEEL,

3) BMEBNTEDZEF. FTVNAHFREEZLTLREEV RICNB KU VIZ T IFTERLEE L,

4) I7—7O— LKW TREMEBZTH>OTLREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLEE L,

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.



IEE L H YPHW::-15/-FfiZ IF3ERA Y —b FEUIHISRG

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

QAMTYYIZ EIa15=~\vE " MQAXH + BBE—#(TY 15— NyRAF—ILBE+>27—I\) MaXand MSN type

// DIJET

(4]

TE®& (mm) Tool dia.

S
wE A | H—k 25/26 25/26/28
Work materials | #4%& FE No. of teeth 4N F# No. of teeth BN
Grades ap ae n Vi ap ae n f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
e ] ~ ~
o B | cos 90 15 <02 | 8280 | 4970 90 15 <02 | 8280 | 6,210
B 2s0HBET ucaots)] 140 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
DH102
5050, Co9) 210 | 07 | <02 | 5730 | 2290 | 210 | 07 | <02 | 5730 | 2,860
o o1 | ours 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4300
Gl Goeots) 140 | | <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
DH102
e Ato0n 210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2,230
FU\— RV ~ ~
] - 90 15 <02 | 5730 | 3440 90 15 <02 | 5730 | 4300
RUSBHRC | S| 140 1 <02 | 5730 | 2750 140 1 <02 | 5730 | 3440
(1,2311, £20) 210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230
JUN\— R ~ ~
G - 90 15 <02 | 5000 | 2440 90 15 <02 | 5000 | 3,050
b e 1 <02 | 4460 | 1,780 140 1 <02 | 4460 | 2,230
el 210 | 07 | <02 | 4460 | 1430 | 210 | 07 | <02 | 4460 | 1,790
Bl o 90 15 <02 | 2550 | 1,020 90 15 <02 | 2550 | 1,280
H(;%gzzd o St (0100 140 1 <02 | 2,160 690 140 1 <02 | 2,160 860
"42-52HRC 210 - - - - 210 - - - -
BEATE ~ ~
ol 30t 90 1 <02 | 2290 920 90 1 <02 | 2290 | 1,150
72@%23“ o o DH02 | 140 0.7 <02 | 1910 610 140 0.7 <02 | 1,910 760
"55-62HRC 210 - = = = 210 - = - -
T ~90 15 <02 | 7000 | 4200 | ~90 15 <02 | 7,000 | 5250
@& 300HBLLT | JC8O15
e SOUHBELE ey | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
Bl aoite 210 0.7 <02 | 5730 | 2,290 210 0.7 <02 | 5730 | 2,860
257U ~90 15 <02 | 5730 | 3440 | ~90 15 <02 | 5730 | 4300
(SUS304)\ JC8015
BE250HBLIT | (iigs) | 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
Stainless steel
Below 250HB 210 0.7 <02 | 4460 | 1,780 210 0.7 <02 | 4460 | 2,230
L ~90 15 <02 | 1,150 550 | ~90 15 <02 | 1,150 690
FIVER | 08015
(T6A-Y) | (piigs) | 140 1 <0.2 890 360 140 1 <0.2 890 450
Titanium alloy
210 0.7 <02 890 280 210 0.7 <0.2 890 350

R RHEULRZE, ap: iARDENAHKRE, Ge: FEARMDYNAARE, n: TEEERRRE, Vi X)EE

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

W{ERA LDFREIR
1) LSRRI SRR S KO T — IR U TRELIEE L,

613 AR Z LSEMELVBEUTKEE V. H2 VXV EREZ T FTERLIEE L,
3) BMBNTEDZEE. FTVIAHFREIEZLTLREEV RICNB KV VIZ T IFTERLEE L,

2) BUUHRELR

4) I7—70O— LXK TRENEZTH>OTRE W, FIC IEMCTOFvET AN TIFII S FTRRITERLEE L,

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

New generation high feed mill

e)!

IEE L H YPHW::-15/-FfiZ IFE3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EI15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

e, TEfZ (mm) Tool dia.
wEl A | H—k 30/32/35 32/35
Work materials | #4%& F# No. of teeth SN R No. of teeth BN
Grades (mérzn) (rﬁﬁ) (gri) (mIi71") (mm‘ﬁqin) (mérzn) (rﬁnE) (r?r%) (m’i?r*) (mmyr;in)
EB | o | 100 [ 18 <02 | 6470 | 4850 | ~100 | 15 <02 | 6470 | 5820
ol uceors)l 150 | 12 | <02 | 4480 | 2690 150 | 12 | <02 | 4480 | 3230
DH102
5050, Co9) 20 | 1 <02 | 4480 | 2,240 210 | 1 <02 | 4480 | 2,690
oot B | s | 100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4,030
Cldend HEDlR dml| v | 2 | i | 663 | 2R 150 | 12 | <02 | 4480 | 3230
DH102
e AR 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,000
TUN\— RV ~ ~
G| 100 | 15 <02 | 4480 | 3,360 100 | 15 <02 | 4480 | 4030
IREO0SOHRC | Doy | 150 | 12 | <02 | 4480 | 2690 150 | 12 | <02 | 4480 | 3230
(12311, 20) 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2000
TU\— R4 ~ Ao
A 100 | 15 <02 | 3980 | 2390 100 | 15 <02 | 3980 | 2870
B on C [ iDnoa) | 150 | 12 | <02 | 3480 | 1,740 150 | 12 | <02 | 3480 | 2090
e 210 | 1 <02 | 3480 | 1,390 210 | 1 <02 | 3480 | 1670
ol 100 | 15 <02 | 2000 | 1,000 100 | 15 <02 | 2,000 | 1,200
B aeSeHiC | o | 150 | 12 <02 | 1690 680 150 | 12 <02 | 1,690 820
(12344, 1.2579) 210 | 1 <02 | 1,690 680 210 | 1 <02 | 1690 820
AT ~ ~
ol horo 100 | 1 <02 | 1,790 900 100 | 1 <02 | 1,790 | 1,080
Haﬁjened die steel | DH102 150 0.8 <0.2 1,490 600 150 0.8 <02 1,490 720
ot e 210 | 07 | <02 | 1490 420 210 | 07 | <02 | 1490 500
R o ~100 | 15 <02 | 5470 | 4100 | ~100 | 15 <02 | 5470 | 4920
& 300HBLLT | JCBO15
B SO0HBU ™| Dy | 150 | 12 <02 | 4480 | 2,690 150 | 1.2 <02 | 4480 | 3230
n.56, 6G) 210 | 1 <02 | 4480 | 2240 210 | 1 <02 | 4480 | 2,690
25U A8 ~100 | 15 <02 | 4480 | 3360 | ~100 | 15 <02 | 4480 | 4030
(SU3304)\ JC8015
mx250HBLIT | s | 150 | 12 <02 | 4480 | 2690 150 | 1.2 <02 | 4480 | 3230
Stainless steel
Below 250HB 210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
R ~100 | 15 <02 900 540 | ~100 | 15 <02 900 650
FIVEE | 108015
(A | ooy | 180 | 12 <02 700 350 150 | 1.2 <02 700 420
Titanium alloy
210 | 1 <02 700 280 210 | 1 <02 700 340

2 RELRE, ap: BiARDYNAHRE, Ge: FEABMDYLAZRE, N: TEEEGRE, Vi:FE)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFREIR

1) LEEDYIRISRAE ERAIES KD —TBIEICRU THEBLEE 0,

2) COWHREUISZEF AHAHFREZ MBSV BESLTLREEV. HBVFEVEREZ FIFTERALES L,

3) BMEBNTEDHEF. FTVNAHFRETEZLLTLREEV RICNB KU VIZTIFTERLEE L,

4) I7—=7O— KWK TREMEBZTH>OTREE W, FIC IEMCTOFvET A NI TIFII S FTRRITERLSEE L,

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.



IEE L H YPHW::-15/-FfiZ IF3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMTYYIZ EIa15=~\vE  MQAXH + BBE—®(TI15—NyRAF—IUBE+>27—I\) MaXand MSN type

// DIJET

(4]

TE®& (mm) Tool dia.

Ay
WHE M |Y—h 40/42 40
Work materials | #4%& FE No. of teeth 6N F# No. of teeth 7N
Grades | =, (ﬁr@) (rﬁrﬁ) (min) (mm\ﬁnin) (mm) (rﬁrﬂ) (rﬁrﬁ) i |
| ~ ~
By | g | 10 | 15 | <02 [ 5170 [ 460 100 | 15 | <02 | 5170 | 5420
i sl ((.108015)) 150 15 <02 | 5170 | 4,650 150 15 <02 | 5170 | 5420
DH102
51050, Co9) 210 | 1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010
orbu | oos | 10 | 15 [ <oz [ 3so [ 3 100 | 15 | <02 | 3580 | 3,760
Gty goeots) 150 | 15 | <02 | 3580 | 8220 15 | 15 | <02 | 3580 | 3,760
DH102
e Ata0n 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2350
TU/\— F# = ~
Gl 100 | 15 | <02 | 3580 | 3220 100 | 15 | <02 | 3580 | 3,760
S30.36HRC | (0801 150 | 15 | <02 | 3580 | 3220 150 | 15 | <02 | 3580 | 3,760
(12311, £20) 210 | 1 <02 | 2790 | 2010 210 | 1 <02 | 2790 | 2350
JUN\— R ~ Ao
o . 100 | 15 | <02 | 3180 | 2,290 100 | 15 | <02 | 3180 | 2670
SILAGHRC | OO 150 | 15 | <02 | 3180 | 2290 150 | 15 | <02 | 3180 | 2670
el 210 | 1 <02 | 2790 | 1,670 20 | 1 <02 | 279 | 1,950
sl 100 | 15 | <02 | 1590 950 100 | 15 | <02 | 1500 | 1,110
A2 52HRC | A8 | 150 | 15 | <02 | 159 950 150 | 15 | <02 | 1350 | 1,110
(1.2344, 1.2879) 210 | 1 <02 | 1,350 650 210 | 1 <02 | 1,350 760
A ~ ~
sl Shoro 100 | 1 <02 | 1430 860 100 | 1 <02 | 1430 | 1,000
ES5-62HRC | pyrgp | 150 | 1 <02 | 1430 860 150 | 1 <02 | 1430 | 1,000
etk 2o bl 210 | 07 | <02 | 1,190 570 210 | 07 | <02 | 1,190 670
T ey ~100 | 15 | <02 | 4380 | 3940 | ~100 | 15 | <02 | 4380 | 4600
@& 300HBLLT | JC8O15
BS00HBLIF | CBYS | 150 | 15 | <02 | 3580 | 3940 150 | 15 | <02 | 3580 | 4,600
p3G, 666) 210 | 1 <02 | 3580 | 2,580 210 | 1 <02 | 3580 | 3,010
252l ~100 | 15 | <02 | 3580 | 3220 | ~100 | 15 | <02 | 3580 | 3760
(SUS304)\ JC8015
B250HBLIT [ (ho0D | 150 | 15 | <02 | 3580 | 3220 150 | 15 | <02 | 3580 | 3,760
Stainless steel
Below 250HB 210 | 1 <02 | 2790 | 2,010 210 | 1 <02 | 279 | 2,350
. ~100 | 15 | <02 720 50 | ~100 | 15 | <02 720 610
FYVAE | 08015
(rea-a) | dees 50 | 15 | <02 560 520 150 | 15 | <02 560 610
Titanium alloy
20 | 1 <02 560 340 210 | 1 <02 560 400

R RHEULRZE, ap: iARDENAHKRE, Ge: FEARDYNAARSE, N TEEERRRE, Vi:X)EE

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

W{ER LDFEEIR
1) LEEDUIHISREHS . RAIMES K0T —TJBIMEICRUTRELIEE L,

613 AR Z LSEMELVBELUTKEET V. 2 VEXVEREZ T FTERLIEE L,
3) BMEBNTEDZEE. FTVIAHFRETE XL TLREEVRICNB KV VIZ FIFTERLEE L,

2) BUUHRELR

4) I7—=70O— LKW TREMEZT>OTRE W, FIC IEMCTOFvET AN TIIII S FTRRITERLEE L,

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

New generation high feed mill

e)!

fIEE £ YPHW-15/-Ffi2 IR VY —b EE05IRE (4]

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRA RTPIALTITSA R QAXPHR QXP type (facemill type)

e, I8& (m:1) Tool dia.
WH M |[P—b 4
Work materials | #4%& F#L No. of teeth BN F#L No. of teeth 7N
Grades g ap de n Vi g ap de [ f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 15 <02 | 5170 | 4650 | ~150 15 <02 | 5170 | 5430
(850C. 560) | ¢x75 200 15 <02 | 5170 | 4,650 200 15 <02 | 5170 | 5430
B 2S0MBLT | (cg015)| 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(cs0,c55) | (DH102) | 300 0.7 <02 | 3580 | 2360 300 0.7 <02 | 3580 | 2750
Below 250HB 350 _ B _ _ 350 _ B _ _
Tom ~150 | 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(SKDBT, SKD11)_| (x5 200 | 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
BE25oHBLIT | (cs015) 250 | 1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(12344, 1.2379) | (DH102) | 309 07 <02 | 2790 | 1,670 300 07 <02 | 2,790 | 1,950
Below 255HB 350 B _ B B 350 B _ _ B
S/ \— kY38 ~150 15 <02 | 3580 | 3220 | ~150 15 <02 | 3580 | 3,760
(ewr pxs Po0) | | 200 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
R C | iz | 250 |1 <02 | 2790 | 2010 250 | 1 <02 | 2790 | 2350
(1.2311, P20) 30 | 07 <02 | 2,790 | 1,670 30 | 07 <02 | 2,790 | 1,950
30-36HRC 350 - _ _ _ 350 - _ _ _
JU\— KV ~150 | 15 <02 | 3,180 | 2290 | ~150 15 <02 | 3,180 | 2670
(NAK80, HPM1, P21) 200 1.5 <0.2 3,180 2,290 200 1.5 <0.2 3,180 2,670
ARG | e [ 250 | 1 <02 | 2790 | 1670 250 | 1 <02 | 2790 | 1,950
(12311, P21) 30 | 07 <02 | 2790 | 1,340 30 | 07 <02 | 2,790 | 1560
38-43HRC 350 B _ _ B 350 B - B B
AN ~150 15 <02 | 1,590 950 | ~150 15 <02 | 1,590 | 1,110
(SKD6T DAC DHA)| | 200 15 <02 | 1,590 950 200 15 <02 | 1,590 | 1,110
et vt | (Do) | 250 | 1 <02 | 1350 650 250 | 1 <02 | 1350 760
(1.2344, 1.2379) 30 | 07 <02 | 1,350 650 30 | 07 <02 | 1,350 760
42-52HRC 350 _ _ _ B 350 _ N _ _
A8 ~150 | 1 <02 | 1,430 860 | ~150 1 <02 | 1,430 | 1,000
(K011, SLD, D11) 200 | 1 <02 | 1,430 860 200 1 <02 | 1,430 | 1,000
oo B2HAC | pHio2 | 250 | 0.7 <02 | 1,90 570 250 | 0.7 <02 | 1,190 670
(1.2344, 1.2379) 30 | 05 <02 | 1,190 360 30 | 05 <02 | 1,190 420
55-62HRC 350 _ _ _ _ 350 _ _ _ _
A5 54 ek ~150 15 <02 | 4380 | 3940 | ~150 15 <02 | 4380 | 4,600
s | eeors | 200 15 <02 | 4380 | 3,940 200 15 <02 | 4380 | 4,600
R o | i | 250 | 1 <02 | 3580 | 2580 250 | 1 <02 | 3580 | 3010
(GG, GGG) 30 | 07 <02 | 3580 | 2,150 30 | 07 <02 | 3580 | 2510
Below 300HB 350 B - B B 350 B - B B
- ~150 | 15 <02 | 3580 | 3,220 | ~150 15 <02 | 3580 | 3,760
508300 | jogors | 200 | 15 <02 | 3580 | 3,220 200 15 <02 | 3580 | 3,760
BE250HBLT | ipiop) [ 250 |1 <02 | 2,790 | 2,010 250 1 <02 | 2,790 | 2350
ainless siee
Slainiess steol ggg 0.7 <02 | 2,790 | 1,670 ggg 0.7 <02 | 2,790 | 1950
~150 15 <02 720 520 | ~150 15 <02 720 610
FEVEE | agis |20 15 <0.2 720 520 200 15 <0.2 720 610
(i6ARaY) | oo [ 250 1 <02 560 340 250 1 <02 560 400
Titanium alloy 300 07 <02 560 270 300 0.7 <02 560 320
350 - - - - 350 - - - -

R RHELRE, ap: BMARDYHAARE, Ge: FBEAMDYHAARE, N : TEEEGRE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFETEIR

1) EECOUIHISRME BERAIIES KD — TR TRELEE W,

2) UUWHRELUIBEF ANAH TS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WRENARBDHBE(E FTUWAHFREZELUTLKIEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

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

{fIE EIF R YPHW:-15/-Ffi; 53R Y —b EEEIRG (4]
Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QAMIYIRX RTPIALTITSA R, QXPH, QXP type (facemill type)
A TE%& (mm) Tool dia.
WHEIM | T—h 50 50/ 52
Work materials | #4%& H# No. of teeth 7N X# No. of teeth 8N
Grades 2 ap de / Vi . 2 ap de [ f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 2 <02 | 4140 | 4350 | ~150 2 <02 | 4140 | 4970
(s50C, $550) | cx75 200 2 <02 | 4140 | 4350 200 2 <02 | 4140 | 4970
R 250HBEIT | (05015 250 | 2 <02 | 4140 | 4,350 250 | 2 <02 | 4140 | 4970
(c50,c55) | (DH102) 300 15 <0.2 2,860 2,400 300 15 <0.2 2,860 2,740
Below 2508 350 15 <02 | 25860 | 2400 350 15 <02 | 25860 | 2,740
TEH ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
(SKDBT, SKD11)_| (x5 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
W&2SOHBLT | (1caots)| 250 | 2 <02 | 2,860 | 3,000 250 | 2 <02 | 2,860 | 3430
(1.2344, 1.2379) | (DH102) 300 15 <0.2 2,860 2,400 300 15 <0.2 2,860 2,740
B Al 350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
S \— R ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
(N7 Po.P20) | 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
oo C | iion) | 250 | 2 <02 | 2860 | 3,000 250 | 2 <02 | 2860 | 3430
(1.2311, P20) 300 15 <02 | 2,860 | 2,400 300 15 <02 | 2,860 | 2,740
80-36HRC 350 15 <02 | 2860 | 2,400 350 15 <02 | 2860 | 2,740
(7u e Fyﬂ) ~150 2 <02 | 2550 | 2,40 | ~150 2 <02 | 2550 | 2,450
NAK8O, HPM1, P21 200 2 <02 | 2550 | 2,140 200 2 <02 | 2550 | 2,450
B ARG | o [ 250 | 2 <02 | 2550 | 2,140 250 | 2 <02 | 2550 | 2450
(1.2311, P21) 300 15 <02 | 2230 | 1,560 300 15 <02 | 2230 | 1,780
S EHIRE 350 15 <02 | 2230 | 1,560 350 15 <02 | 2230 | 1,780
- ~150 15 <02 | 1,270 890 | ~150 15 <02 | 1,270 | 1,020
({_JS%(RGJQDE/’XSHD;(A:\) - 200 15 <02 | 1,270 890 200 15 <02 | 1270 | 1,020
Hardened die stesl | (D102) | 250 15 <02 | 1,270 890 250 15 <02 | 1270 | 1,020
(1.2344, 1.9379) 300 1.2 <02 | 1,080 600 300 1.2 <02 | 1,080 690
42-52HRC 350 12 <02 | 1,080 600 350 12 <02 | 1,080 690
B ATSE ~150 15 <02 | 1,150 810 | ~150 15 <02 | 1,150 930
(SkDiT, SLD. De11) 200 15 <02 | 1,150 810 200 15 <02 | 1,150 930
R oo-B2HAC | pHio2 [ 250 15 <0.2 | 1,150 810 250 15 <0.2 | 1,150 930
(1.2344, 1.2379) 300 1 <02 950 530 300 1 <02 950 610
25 A 350 1 <02 950 530 350 1 <02 950 610
B 554 ek ~150 2 <02 | 3500 | 3680 | ~150 2 <02 | 3500 | 4210
@+(§8’0F|3%)u? 18015 200 2 <02 | 3500 | 3,680 200 2 <02 | 3500 | 4210
bt & Nodulr oot ron | (DH102) | 250 2 <02 | 3500 | 3,680 250 2 <02 | 3500 | 4210
, 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
N ~150 2 <02 | 2,860 | 3,000 | ~150 2 <02 | 2,860 | 3,430
505300 | Jos01s 200 2 <02 | 2,860 | 3,000 200 2 <02 | 2,860 | 3,430
@ 250HBUT | i [ 250 2 <02 | 2,860 | 3,000 250 2 <02 | 2,860 | 3,430
fanless sieel 30 | 15 | <02 | 2860 | 2400 30 | 15 | <02 | 2860 | 2740
350 15 <02 | 2,860 | 2,400 350 15 <02 | 2,860 | 2,740
~150 2 <02 570 480 | ~150 2 <02 570 550
75282 | oers 200 2 <02 570 480 200 2 <02 570 550
(i6AR4Y) | oo [ 250 2 <02 570 480 250 2 <02 570 550
Titanium alloy 300 15 <0.2 450 320 300 15 <0.2 450 370
350 1. <02 450 320 350 15 <02 450 370

2 RELREZ, ap: ARDYNAALRE, Ge: FREAMOYNAAZES, N : TEEERE, Vi: E)RE

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

WER LDOFEEEIR
1) EECOUIHISRME BERAIMES KD — TN TRELEE W,

2) UUWHREUIBEF AR TS Z LEEEBIEIBHEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHENARBDHBE (& FTUWAHFREZELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMBEZTH>OTRE W HIC IIEMCTOFvETA NI TRV FTRURISEELSZE W,

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

New generation high feed mill
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IEE L H YPHW::-15/-FfiZ IFE3ERA Y —b FEUIHISRG

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)
QMY YIRA KPP IALTITSA R QAXPR QXP type (facemill type)

A TE®& (mm) Tool dia.
% Hl # | 63 /66
Work materials | #47& H# No. of teeth 8N
Grades (mér?n) (rﬁr?]) (r‘r?r%) (mIi71") (mmV:nin)
e ~200 2 <02 | 3290 | 3950
(850, $550) | cx75 250 2 <02 | 3290 | 3950
BS2S0HBLT | (cs015)[ 300 | 2 <02 | 3290 | 3950
(c50,c55) | (DH102) 350 15 <0.2 2,270 2,180
Below 250HB 400 15 <02 | 2270 | 2,180
TEE ~200 2 <02 | 2270 | 2,720
(sKD61, SKD11) | x5 250 2 <02 | 2270 | 2,720
W&25OHBLT | (1cso15) 300 | 2 <02 | 2270 | 2,720
(1.2344,1.2379) |(DH102) [ 350 15 <02 | 2270 | 2,180
B 238 400 15 <02 | 2270 | 2,180
U \— Rk ~200 2 <02 | 2270 | 2,720
(Hour,PX6.P20) | s [ 250 2 <02 | 2270 | 2,720
Mot el | (oH102) | 300 2 <02 | 2270 | 2,720
(1.2311, P20) 350 15 <0.2 2,270 2,180
30-36HRC 400 15 <02 | 2270 | 2,180
P ) ~200 2 <02 | 2020 | 1,940
NAK8D, HPI1, P21 250 2 <02 | 2020 | 1,940
B RC | [_300 | 2 <02 | 2020 | 1,940
(12311, P21) 350 15 <02 | 1,770 | 1,410
SRR 400 15 <02 | 1,770 | 1,410
N ~200 15 <02 | 1,010 810
(SKD61. DAC, DHA) 250 15 <02 | 1,010 810
= -
i i o (J[m% 300 15 <02 | 1,010 810
(1.2344, 1.2379) 350 12 <0.2 860 550
42-52HRC 400 1.2 <02 860 550
T ~200 15 <02 910 740
(%E@J éBSIéDEF[:gE) 250 15 <0.2 910 740
o Bcrii | DH102 300 15 <02 910 740
(1.2344, 1.2379) 350 1 <02 750 480
il 400 1 <02 750 480
nFH- 5591 VES ~200 2 <0.2 2,780 3,340
(FC. FCD) 250 2 <02 | 2780 | 3,340
= N
B oohoai | Do) | 800 |2 <02 | 2780 | 3340
(GG, 6GG) 350 15 <02 | 2270 | 2,180
Below 300HB 400 15 <02 | 2270 | 2,180
. ~200 2 <02 | 2270 | 2,720
ATiss0n | Joggrs | 290 | 2 <02 | 2270 | 2720
B 250HBIUT | oS [ 300 2 <02 | 2270 | 2,720
Haniess sieel 30 | 15 | <02 | 2270 | 2,180
400 15 <02 | 2270 | 2,180
~200 2 <02 450 440
Fovas 250 2 <02 450 440
(Ti-6A-2V) gg:ﬁgg 300 2 <02 450 440
Titanium alloy 350 15 <0.2 360 300
400 15 <0.2 360 300

2 RELRE, ap: IARDYHAHARE, Ge: $EABMDYLAHRE, N : TEEERE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERA LDFETEIR

1) EECOUIHISRME BERAIIES KD — TR TRELEE W,

2) UUWHRELUIBEF ANAH TS Z LEEMIEXBEUTLREV. 2 VFEVEREZ T IFTERLEE L,

3) WRENARBDHBE(E FTUWAHFREZELUTLKIEE VN RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XKWWK TREMBZTH>TREE W HIC IIEMCTOFvETA NI TR FTRUBISERLSZE W,

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.



[RE{LLFH YPHW:-15/#; TSR Y —b RSN

// DIJET

(4]

Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMTYI A EIAT—A\YF MAXF + BEE—R(TEY15—\NvREAZ—IVEBEY+>207—I/\) MaX and MSN type

A TE#& (mm) Tool dia.
wEl s | P—h 16 /17 20 20/21
Work materials | #4%& FEL No. of teeth 2N X#L No. of teeth 3N X#L No. of teeth 4N
Grades ap de / Vi ap ae f f 2 ap 8e r T
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min”) |(mm/min)
LTa ~70 | 02 |8~16/5200 2,600 ~70 | 0.2 |[10~20| 4,200 3,150 | ~70 | 02 |10~18| 4,200 | 4,200
EE250HBLIT | CX75 ~ ~ ~
%}(arbonstesel (Ohio | 120| 02 |8~16/3,900 1,550 | 120 | 02 |10~203,200| 1950 120 | 0.2 |10~18| 3,200 | 2550
B, Lol 160 | 0.2 |8~10]3,400|1,200| 190 | 0.2 [10~12] 2700|1450 190 | 0.2 |10~12] 2,700 | 1,900
e ~T70 | 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
BEEOSHBLT | Sow| 120| 02 [8~16/3500 1,400 120 | 0.2 [10~20]2,900| 1,750 | 120 | 0.2 |10~18] 2,900 | 2,350
il T 160 | 0.2 |8~10]3,000|1,100| 190 | 0.2 [10~12] 2,450| 1,300 190 | 0.2 |10~12| 2,450 | 1,750
PR 70 | 0.2 |8~16/4,350 1,750 | ~70 | 0.2 |10~20|3,500 | 2,100 | ~70 | 0.2 |10~18| 3,500 | 2,800
®E30-36HRC | pH1o2 | 120 | 02 |8~16/3,250|1,200| 120 | 0.2 |10~20 2,650 1,450 | 120 | 02 |10~18|2,650 | 1,950
(12311, £20) 160 | 0.2 |8~10|2,750| 950| 190 | 0.2 |10~12| 2,250|1,150| 190 | 0.2 |10~12| 2,250 1,500
oo 70 | 02 |8~16/4,000| 960 | ~70 | 0.2 |10~20|3,200|1,150 | ~70 | 0.2 |10~18| 3,200 | 1,500
B 38-43HRC | pH1o2 | 120 | 0.2 |8~16]3,000) 600| 120 | 0.2 |10~20/2,400| 720| 120 | 0.2 |10~18/ 2,400 960
R el 160 | 02 |8~10/2550| 500| 190 | 0.2 |10~12|2,050| 600| 190 | 02 |10~12| 2,050 | 800
o o 70 | 02 |8~16/2,000| 400|~70 | 0.2 |10~20|1,600| 480 ~70 | 02 |10~18| 1,600 | 640
qa%eneadim?l DH102 | 120 | 02 |8~16/1,600| 320| 120 | 0.2 |10~20|1280| 380| 120 0.2 |10~18 1,280 | 510
bl | - | - | - | -]t - - -] |10 -] - -] -
sl 3o 70 | 02 |8~16|1,400| 200|~70 | 0.2 |[10~20|1,120| 240 ~70 | 02 |10~18| 1,120 | 320
F}a;jened e s DH102 | 120 | 0.2 |8~16/1,000| 100| 120 | 0.2 |10~20| 800| 120| 120 02 |10~18 800| 160
I e w| - | -] - -{10| - | -] -] -1 -]-1]-1]-
T ~70 | 02 |8~16/4,000 1,600 ~70 0.2 |10~20/3,180|1,910| ~70 | 02 |10~18| 3,180 | 2,540
B&300HBIUL T - » "
OB | 102 | 120 | 0.2 [8~16/3,000 900 120 | 0.2 |10~20/ 2,390 1,080 | 120 | 0.2 |10~18 2,390 | 1,430
Boins S00LIR 160 | 0.2 |8~10]2,600| 520| 190 | 02 |10~12/2,070| 630| 190 | 0.2 |10~12|2,070 830
AL ~70 | 0.2 |8~16|3,600|1,080| ~70 | 0.2 |10~20|2,860 | 1,290 | ~70 | 0.2 |10~18| 2,860 | 1,720
SUS304
TEE250HBLIT | DHI02 | 120 | 02 |8~16 2600 620| 120 | 02 |10~20/2070 750| 120 | 02 |10~ 2,070 1,000
tainless stee
Below 250HB 160 | 0.2 |8~10{2,000| 400| 190 | 02 |10~12|1,590| 480| 190 | 0.2 |10~12/ 1,590 640
sy ~70 | 0.2 |8~16/1,000| 300| ~70| 02 |[10~20| 800| 360|~70| 0.2 |10~18] 800| 480
yA
(r-a-av) | DHI02 | 120 | 02 |8~16] 600| 120| 120 | 02 [10~20] 480| 150| 120 | 0.2 [10~18] 480| 200
antum alloy 160 | 02 |8~10 600| 120| 190 | 0.2 |10~12| 480| 150| 190 | 02 |10~12| 480 200

R RHEULRZE, ap: iARDENAHKRE, Ge: FEARMDYNAARE, n: TEEERRRE, Vi X)EE

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

B{ERALDFEEEIR

1) LECOVIHISRME MBS KD — TR THEELZE L,
2) CUUDRELSEEIF IHAFRES Z MBI DAL TRET V. HBVIEENEEZ T FTEALIEE L,
3) WRETI AR DHZE(E FTUPAHRSZZ LTSV RICNB LV VIZ R IFTERLEE L,
4) I7 =7 O0— LKWV STIREDLEZITOTRE LV KT IEMCTODF v ET A I T TV TREBSERLZE W,
5) MTHRENC KN TEREDEBSNRVESEEYPHW-FREA VY — NI K BEXRVN T 2R N U T EX VI TS, LEEtIHIRM OO

RE70~80%. EWEEA0~60%ZEHRELTLIEET WV Fe. YPHWH-FRES KUYPHW-24F24 > 8 — M K DIRET L IF DX DTS

HFWEBAH S O DJREIEMH ZSREET VN (EEQRI—REY),

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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Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EI15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

A TER (mm) Tool dia.
WA | o=k 25/26 25/26/28
Work materials | #4%& HE No. of teeth 4N X% No. of teeth BN
Grades £ dp de n 48 A dp de . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
LT ~90 02 |125~25| 3400 | 3400 | ~90 02 | 125~22| 3400 | 4,250
BE250HBLIT| CX75 _ -
o HBE T ooy | 140 02 |125~25| 25500 | 2,000 140 02 |125~22| 2500 | 2,500
5050, Co9) 210 | 02 | 125~15 2200 | 1550 | 210 | 02 |125~15| 2200 | 1,900
oo | 90 02 |125~25| 3050 | 2750 90 02 |125~22| 3050 | 3,400
EROHEI R | Thiom | 140 02 |125~25| 2250 | 1,800 140 02 |125~22| 2250 | 2,250
e A0 210 | 02 |125~15| 2,000 | 1400 | 210 | 02 |125~15| 2,000 | 1,750
TUN\— RV ~ ~ ~ ~
PR 90 02 |125~25| 2800 | 2250 90 02 |125~22| 2,800 | 2,800
BE3036HAC | pH1oz | 140 02 |125~25| 2100 | 1500 140 02 |125~22 2100 | 1,900
(12311, £20) 210 | 02 |125~15| 1800 | 1200 | 210 | 02 |125~15| 1800 | 1,500
TU\— R ~ ~ ~ ~
NGl 90 02 |125~25| 2550 | 1,250 90 02 |125~22| 2550 | 1,500
3B ASHRC | D102 | 140 02 |125~25 1,900 750 140 02 |125~22| 1900 950
el 210 | 02 |125~15| 1,650 650 | 210 | 02 |125~15| 1,650 850
koA 90 02 |125~25| 1270 510 90 0.2 |125~22| 1,270 640
g;g;g;,ﬁ;;;@g DH102 | 140 02 |125~25 1,020 410 140 02 |125~22 1,020 510
1.2344,1.2379
42-52HRC 210 - - - - 210 - - - -
BANIE ~ ~ ~ ~
sl 3o 90 02 |125~25| 890 250 90 02 |125~22| 890 310
“a@ggidfig;;gs' DH102 | 140 02 |125~25| 640 130 140 02 |125~22| 640 160
"55-62HRC 210 - = = - 210 - = - -
m"‘af(gg F’ég;bﬁi* ~90 02 |125~25| 2,550 2,040 ~90 02 |125~22| 2550 2,550
EE300HBILT ~ ~
RO | oHo2 | 140 02 |125~25| 1910 | 1,150 140 02 |125~22| 1910 | 1,440
2.6, 66G) 210 | 02 |125~15| 1,660 660 | 210 | 02 |125~15| 1,660 820
Rz LA ~90 02 |125~25| 2290 | 1370 | ~90 02 |125~22| 2290 | 1,710
SUS304
BE250HBLIT | D02 | 140 02 |125~25| 1,660 800 140 02 |125~22| 1,660 | 1,000
tainless stee
Below 250HB 210 02 |125~15| 1270 510 210 02 |125~15| 1,270 640
~90 02 |125~25| 640 380 | ~90 02 |125~22| 640 480
FHUES
(T-6A-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

2 RELRE, ap: BiARDYNAHRE, Ge: FEABMDYLAZRE, N: TEEEGRE, Vi:FE)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEEEIR

1) LEEDYIHIRMEE . MBI S KD — IR U TR IZE L,

2) CCUNBRELIHER BAFREZ LEEHBLIBELTREEWV, H2VIEEVREZ FFTERIEE WL,

3) BB NIARRDBEERF. FIAHFRIZEZLLTLREE V. RICNB LT VIETFTERLEE L,

4) I7—=JO—ICEWPI<KTRREMBZITO>TEE Ve FIT ITEMCTOF vET AT TRV TRURISERL S LY,

5) MTIRENC KW TERENESNIEVMESIFYPHW*-FR A 2V — MK BDIEXRV I T E RV LE T XU TR, EECtIHISREDOERRE 70~
80%. EWREA0~60%ZERELTLIEE W FIo YPHW-FRES KUYPHW - 24721 8 — NI KB EEL _EIFOEXVEIEISREIFWEBASY O
DYHIREZSRLIZEV (GEQRI—REY).

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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Recommended cutting conditions for "YPHW * -15-type inserts" (For bottom face finishing)
QAMTYI A EIaAS—A\YF MQXH + BE—H(EY15—NvyREFA—IVEBEY v+ 7—I/\) MaX and MSN type

A TE® (mm) Tool dia.
wu A | Y=k 30/32/35 32/35
Work materials | #4%& HEL No. of teeth BN F# No. of teeth BN
Grades £ ap de n Vi 2 ap ae . t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
== ~100 02 | 16~32 | 2,650 3,300 | ~100 02 | 16~30 | 2650 | 3,950
B 250HBLIT| CX75 _ -
CROHBL oo | 150 02 | 16~32 | 2,650 3,300 150 02 | 16~30 | 2650 | 3,950
5050, C59) 210 | 02 | 16~32 | 2000 | 2,000 210 | 02 | 16~30 | 2000 | 2400
s | 100 02 | 16~32 | 2400 2,700 100 02 | 16~30 | 2400 | 3200
SEBAMBLLR| XISy 150 02 | 16~32 | 2,400 2,700 150 02 | 16~30 | 2400 | 3,200
e At0n 210 02 | 16~32 | 1800 | 1,800 210 | 02 | 16~30 | 1800 | 2150
FU\—RViR ~ ~ ~ ~
(HPM7. PX5. P20) 100 0.2 16~32 | 2,200 2,200 100 0.2 16~30 | 2,200 2,600
BE30-36HRC | piyig2 150 02 | 16~32 | 2,200 2,200 150 02 | 16~30 | 2200 | 2600
(1,2311, £20) 210 | 02 | 16~32 | 1650 | 1500 210 | 02 | 16~30 | 1650 | 1,800
TUI\— R4 A ~ ~ ~
ATl 100 02 | 16~32 | 2,000 1,200 100 02 | 16~30 | 2000 | 1450
R 38-43HRC | ph1p2 150 02 | 16~32 | 2,000 1,200 150 0.2 16~30 | 2000 | 1450
el 210 | 02 | 16~32 | 1500 750 210 | 02 | 16~30 | 1500 900
(SKI_)\_GLDAC,DHA) 100 0.2 16~32 1,000 500 100 0.2 16~30 1,000 600
B A2-52HAC pHio2 | 150 | 0.2 | 16~32 | 1,000 500 150 | 02 | 16~30 | 1,000 600
(12344, 12379 210 02 | 16~20 800 400 210 02 | 16~20 800 480
AT ~ ~ ~ ~
sl S 100 02 | 16~32 700 250 100 02 | 16~30 200 300
fRS5-82HAC | DH102 150 02 | 16~32 700 250 150 02 | 16~30 700 300
ot i) 210 | 02 | 16~20 | 500 130 210 | 02 | 16~20 | 500 160
o ey ~100 02 | 16~32 | 1,990 1,990 | ~100 02 | 16~30 | 1990 | 2,390
ﬁﬁ%gﬁ,‘;gﬁﬁmﬁ DH102 150 02 | 16~32 | 1,990 1,990 150 02 | 16~30 | 1990 | 2,390
B So 210 02 | 16~32 | 1,490 1,120 210 02 | 16~30 | 1490 | 1340
zzl?s%%ﬁm ~100 02 | 16~32 | 1,790 1,340 | ~100 02 | 16~30 | 1,790 | 1,610
BE250HBLLT | DHI02 150 02 | 16~32 | 1,790 1,340 150 02 | 16~30 | 1,790 | 1610
tainless stee
Below 250HB 210 02 | 16~32 | 1,290 770 210 02 | 16~30 | 1,290 920
~100 02 | 16~32 500 380 | ~100 02 | 16~30 500 460
FovaE
(T-6A-4Y) | DH102 150 02 | 16~32 500 380 150 02 | 16~30 500 460
Titanium alloy
210 02 | 16~20 300 150 210 02 | 16~20 300 180

2 RELRE, ap: BiARDOYNAHRE, Ge: FEAEDEYLAZRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERA EOFEEEIR

1) LEEDYIRIRMEE MBI S KD — IR U TREELIZE L,

2) UUWDREUCBEF NAFHRE Z LSEHELBELLTLREWV, HBVREVREZ T FTERLEEL,

3) BB NARRDBERF. FIAHFRIZEZLLTLEE V. RICNB LU VIETFTERLEE L,

4) I7—=7O—C&IYILKTHREDBEZITOTREV, FHIT IIEMCTOFrET AT TRV FTRIBITEFRLZE L,

5) MTIRENC KW TERRENESNIEVMESIFYPHW*-FR A VP — NI K BEXRV I TRV UE T XU TR, EECtIHISREOOERRE 70~
80%.iXVREA0~60%EBREL TRV Ffe. YPHW-FES KUYPHW*-24F 1 > & — NI KD REL _EIF DXV UIHIZAFIFWEBAS O
DYBIFE SR EEV (BEERQRI—REN).

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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Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMTYI A EIaAT—A\YF MQAXH + BE—B(EI15—\vRBAZ—IVEBEY v+ 7—I/\) MaX and MSN type

A TER (mm) Tool dia.
wWEl A [ T—b 40/ 42 40
Work materials | #47& H# No. of teeth BN X No. of teeth 7N
Grades £ ap ae n Vi 2 ap ae r t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
= ~100 02 | 20~40 | 2100 | 3150 | ~100 02 | 20~38 | 2100 | 3,650
B 250HBLIT| CX75 — -
CEROHB  oniom | 180 02 | 20~40 | 2100 | 3150 150 02 | 20~38 | 2100 | 3,650
5050, Co9) 210 | 02 | 20~40 | 1570 | 1,900 210 | 02 | 20~38 | 1570 | 2200
s | 100 02 | 20~40 | 1,890 | 2,850 100 02 | 20~38 | 1,890 | 3300
SEBAMBLLR| SISy 150 02 | 20~40 | 1890 | 2,850 150 02 | 20~38 | 1890 | 3,300
e ARe 210 02 | 20~40 | 1410 | 1,700 210 | 02 | 20~38 | 1410 | 2,000
JU\— RV - ~ — —
A | 100 02 | 20~40 | 1750 | 2100 100 02 | 20~38 | 1750 | 2450
B 30-36HRC | piyip2 150 02 | 20~40 | 1,750 | 2,100 150 0.2 20~38 | 1750 | 2.450
(12311, F20) 210 | 02 | 20~40 | 1300 | 1400 210 | 02 | 20~38 | 1300 | 1,650
TYUI\— R4 ~ ~ ~ o~
TR 100 02 | 20~40 | 1600 | 1,150 100 02 | 20~38 | 1600 | 1,350
38 43HRC | 1oz 150 02 | 20~40 | 1,600 | 1,150 150 0.2 20~38 | 1,600 | 1,350
e 210 02 | 20~40 | 1,200 720 210 02 | 20~38 | 1,200 840
(KR DA D 100 02 | 20~40 800 480 100 02 | 20~38 800 560
e 42-52HAC | piip2 150 02 | 20~40 800 480 150 02 | 20~38 800 560
(1.2344, 1.2579) 210 02 | 20~40 640 380 210 02 | 20~38 640 440
AR ~ ~ ~ ~
ol Sl 100 02 | 20~40 560 240 100 02 | 20~38 560 280
fR55-62HAC | DHio2 150 02 | 20~40 560 240 150 02 | 20~38 560 280
s pRro) 210 | 02 | 20~40 | 400 120 210 | 02 | 20~38 | 400 140
5% 322 ~100 02 | 20~40 | 1590 | 1910 | ~100 | 02 | 20~38 | 1590 | 2230
ﬁg;;—;agdg;gm DH102 150 02 | 20~40 | 1590 | 1910 150 02 | 20~38 | 1590 | 2230
B o 210 02 | 20~40 | 1,190 | 1,070 210 02 | 20~38 | 1190 | 1250
1(7—-y|/;§§|ﬂ ~100 02 | 20~40 | 1430 | 1290 | ~100 02 | 20~38 | 1430 | 1,500
SUS304
BE250HBLIT | D02 150 02 | 20~40 | 1430 | 1,290 150 02 | 20~38 | 1430 | 1,500
tainless stee
Below 250HB 210 02 | 20~40 | 1,030 740 210 02 | 20~38 | 1,030 870
~100 02 | 20~40 400 360 | ~100 02 | 20~38 400 420
FyUaE
(T-6A-4Y) | DH102 150 02 | 20~40 400 360 150 02 | 20~38 400 420
Titanium alloy
210 02 | 20~40 240 140 210 02 | 20~38 240 170

2 RELRE, ap: BiARDYNAHRE, Ge: FEABMDYLAZRE, N: TEEEGRE, Vi:FE)ERE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDEEEIR

1) LEEDEIEISMAHE EBIES KO — I RIS HU TRELZE L,

2) UCUDREUBEIF AR Z LEEHES) HEUTLET V. HBNEEVREZ TFTERLEEL,

3) ERBNTRDHER. FTUPAHFRSZEERLUTLKEEV RICNB KUV IZTIFTERLIEE L,

4) I7—J 00— KUK TREDBZITOTLEE Ve BT IIEMCTODF v EFTA NI TN K FBITFRLIZE WY

5) MRS KU TEEENESNEVWEEEYPHW:-FEA T — MK BEXRUN TRV UE T (XU TR, LIRS O OEERE70~80%. EUEE40~60%
ZEREVTLIEE V. e, YPHW-FIES KUYPHW-24F4 5 — M K BRETL £ (F OEEVIHIRASWEBD Y OJ DEIHISRA 2SR S L (BEEQRI—R &)

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 3 -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)
QAMIYIRA RTPIALTITSA R QAXPHR QXP type (facemill type)

A TEE (mm) Tool dia.
wHEl A | T—b 40
Work materials & X#L No. of teeth BN X#L No. of teeth 7N
Grades Y ap de n Vi £ ap de . f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 | 0.2 | 20~40 | 2,100 | 3150 | ~150 | 0.2 | 20~38 | 2,100 | 3,680
(900 8550 | 200 | 02 | 20~40 | 2,100 | 3,150 200 | 02 | 20~38 | 2,100 | 3,680
B B ™ | ohion | 250 | 02 | 20~40 | 1570 | 1890 250 | 02 | 20~38 | 1570 | 2,200
(C50, C55) 30 | 02 | 20~22 | 1360 | 1,640 30 | 02 | 20~22 | 1360 | 1,900
Below 250HB 350 _ _ _ _ 350 _ _ _ _
Tam ~150 | 0.2 | 20~40 | 1,890 | 2,830 | ~150 | 02 | 20~38 | 1,890 | 3,300
(SKD6T, SKD11) 200 | 02 | 20~40 | 1,890 | 2,830 200 | 02 | 20~38 | 1,890 | 3,300
REBOOHBIT | Shion | 250 | 02 | 20~40 | 1410 | 1,700 250 | 02 | 20~38 | 1410 | 1,980
(1.2344, 1.2379) 30 | 02 | 20~22 | 1220 | 1470 30 | 02 | 20~22 | 1220 | 1,710
Below 255HB 350 _ — _ _ 350 — — _ _
TUN\— R ~150 | 0.2 | 20~40 | 1,750 | 2,00 | ~150 | 0.2 | 20~38 | 1,750 | 2,450
(HPI7, PX5, P20) 200 | 02 | 20~40 | 1,750 | 2,100 200 | 02 | 20~38 | 1,750 | 2,450
®E30-38HRC | phio2 | 250 02 | 20~40 | 1,300 | 1,400 250 02 | 20~38 | 1,300 | 1,650
(1.2311, P20) 30 | 02 | 20~22 | 1,150 | 1,150 30 | 02 | 20~22 | 1,150 | 1,350
30-36HRC 350 — — _ — 350 — — — _
JU\— R ~150 | 0.2 | 20~40 | 1,600 | 1,150 | ~150 | 02 | 20~38 | 1,600 | 1,350
(NAKED, HPIIT P21) 200 | 02 | 20~40 | 1,600 | 1,150 200 | 02 | 20~38 | 1,600 | 1,350
B 38-43HRC | prio2 | 250 0.2 | 20~40 | 1,200 720 250 0.2 | 20~38 | 1,200 840
(1.2311, P21) 30 | 02 | 20~22 | 1,050 630 30 | 02 | 20~22 | 1,050 740
38-43HRC 350 — _ _ _ 350 _ — _ _
B ANSE ~150 | 02 | 20~40 | 800 480 | ~150 | 02 | 20~38 | 800 560
(SKD6 T, DAC, DHA) 200 | 02 | 20~40 | 800 480 200 | 02 | 20~38 | 800 560
e 42-52HAC | 12 | 250 0.2 | 20~40 | 640 380 250 02 | 20~38 | 640 440
(1.2344, 1.2379) 300 | 02 | 20~22 | 400 120 30 | 02 | 20~22 | 400 140
42-52HRC 350 — _ — — 350 — _ — —
B ASE ~150 | 0.2 | 20~40 | 560 240 | ~150 | 02 | 20~38 | 560 280
(SK011, SLD, Dc11) 200 | 02 | 20~40 | 560 240 200 | 02 | 20~38 | 560 240
CooBEHAC | DH102 | 250 | 0.2 | 20~40 | 400 120 250 | 02 | 20~38 | 400 140
(1.2344, 1.2379) 300 | 02 | 20~22 | 400 120 300 | 02 | 20~22 | 400 140
55-62HRC 350 — — — _ 350 — — — _
0% 554 ik ~150 | 0.2 | 20~40 | 1590 | 1,910 | ~150 | 02 | 20~38 | 1590 | 2,230
EeEeD) 200 | 02 | 20~40 | 1590 | 1,910 200 | 02 | 20~38 | 1590 | 2,230
B AT D102 | 250 | 0.2 | 20~40 | 1190 | 1,070 250 | 02 | 20~38 | 1,190 | 1,250
, 30 | 02 | 20~22 | 1,080 620 30 | 02 | 20~22 | 1,080 720
Below 300HB 350 — _ _ — 350 — _ — —
N~ ~150 | 0.2 | 20~40 | 1,430 | 1,290 | ~150 | 02 | 20~38 | 1430 | 1,500
(505304 200 | 02 | 20~40 | 1430 | 1,290 200 | 02 | 20~38 | 1430 | 1,500
200HBLIF| DHI02 | 250 | 02 | 20~40 | 1,00 740 250 | 02 | 20~38 | 1,030 870
ainless stee
nanjess siee 300 | 02 | 20~22 | 800 480 30 | 02 | 20~22 | 800 560
350 - - - - 350 - - - -
~150 | 0.2 | 20~40 | 400 360 | ~150 | 02 | 20~38 | 400 420
FovaR 200 | 02 | 20~40 | 400 360 200 | 02 | 20~38 | 400 420
(T-6A-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 - - - -

2 RELRE, ap: BiARDYNHAHRE, Ge: FEAMDYLAZRE, n: TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WA LOEESEE

1) LD BB S SUD— B TEEL L,

2) DOUDRELIISSF . TIAHFES % LRBELI DR LTRE N, 53V BRREE FFTRAEE L,

3) BREHREDBSE. FTPAHFRERLLTLEVN RICIBLVVIE RFTERLEE,

4) I7—7O— &I ITREMEEIT O TR E WV, T IIFEMCTOF vETAII T TIIIVK TMEBITERLEE L,

5) MR IV TEREENBSNBVESIEYPHW-FEA VY —NCKBEEU I T EHR O UE T ARXUIILE . EEEIHISREORERRE70~80%. 3% RE40~60%
ZEREVTLIEE W, Fo YPHW-FRES KUYPHW*-24f1 V5 — NI LB EEMT_EIFOEEVYIEIZREFWEBAYOT DYJHIRH 2SRV (GEQRI—RELY) .

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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EE( R YPHW:-15/; I5E3SHa- Y —b SR (4]

Recommended cutting conditions for "YPHW s -15-type inserts” (For bottom face finishing)
QAMIYIRA RTPIALTITSA R QAXPHR QXP type (facemill type)

A TER (mm) Tool dia.
wEl s |k 50 50 / 52

Work materials | #4%& H#E No. of teeth 7N H# No. of teeth 8N
Grades 4 ap ae n Vi 4 ap ae r f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
o ~150 0.2 25~50 | 1,700 | 2,970 | ~150 0.2 25~48 | 1,700 | 3,390
(50C, S550) 200 0.2 25~50 | 1,700 | 2,970 200 0.2 25~48 | 1,700 | 3,390
B abon sorl (551752) 250 0.2 25~50 | 1,700 | 2,700 250 0.2 25~48 | 1,700 | 3,080
(C50, C55) 300 0.2 25~50 | 1,280 | 1,790 300 0.2 25~48 | 1,280 | 2,040
Below 250HB 350 0.2 25~28 | 1280 | 1,790 350 0.2 25~28 | 1280 | 2,040
TEg ~150 0.2 25~50 | 1,530 | 2,670 | ~150 0.2 25~48 | 1,530 | 3,050
(SKD61, SKD11) 200 0.2 25~50 | 1,530 | 2,670 200 0.2 25~48 | 1530 | 3,050
el ([)Cr)|(17052) 250 0.2 25~50 | 1,530 | 2,430 250 0.2 25~48 | 1530 | 2,770
(1.2344, 1.9379) 300 0.2 25~50 | 1,150 | 1,600 300 0.2 25~48 | 1150 | 1,830
Bl 238 350 02 | 25~28 | 1,150 | 1,600 350 02 | 25~28 | 1,150 | 1,830
S0 \— R ~150 0.2 25~50 | 1,400 | 1,950 | ~150 0.2 25~48 | 1,400 | 2,200
(HPNi7, X5, P20) 200 0.2 25~50 | 1,400 | 1,950 200 0.2 25~48 | 1400 | 2,200
B 30-38HRC prio2 | 250 02 | 25~50 | 1,400 | 1,750 250 0.2 | 25~48 | 1,400 | 2,000
(1.2311, P20) 300 0.2 25~50 | 1,050 | 1,250 300 0.2 25~48 | 1,050 | 1,400
80-36HRC 350 02 | 25~28 | 1,050 | 1,250 350 0.2 | 25~28 | 1,050 | 1,400
JU\— KV ~150 0.2 25~50 | 1,250 | 1,050 | ~150 0.2 25~48 | 1,250 | 1,200
(AKeD, HoWT P21) 200 0.2 25~50 | 1,250 | 1,050 200 0.2 25~48 | 1,250 | 1,200
BEI8-43HRC ) pH1o2 | 250 | 02 | 25~50 | 1,250 880 250 | 02 | 25~48 | 1,250 | 1,000
(1.2311, P21) 300 0.2 25~50 950 660 300 0.2 25~48 950 750
2 4B 350 02 | 25~28 950 660 350 02 | 25~28 950 750
e ~150 0.2 25~50 510 360 | ~150 0.2 25~48 510 410
(SKD6, DAC. DHA) 200 0.2 25~50 510 360 200 0.2 25~48 510 410
B 42-52HAC pHio2 | 250 02 | 25~50 510 340 250 0.2 | 25~48 510 390
(1.2344, 1.0379) 300 0.2 25~50 380 270 300 0.2 25~48 380 310
42-52HRC 350 02 | 25~28 380 270 350 02 | 25~28 380 310
A8 ~150 0.2 25~50 380 190 | ~150 0.2 25~48 380 220
(SK1T, SLD, D11) 200 0.2 25~50 380 190 200 0.2 25~48 380 220
oo B2HAC | bHio2 [ 250 02 | 25~50 380 160 250 02 | 25~48 380 180
(1.2344, 1.9379) 300 0.2 25~50 320 130 300 0.2 25~48 320 150
Sl 350 02 | 25~28 320 130 350 02 | 25~28 320 150
A5 54 ek ~150 0.2 25~50 | 1,270 | 1,780 | ~150 0.2 25~48 | 1,270 | 2,030
e 200 0.2 25~50 | 1,270 | 1,780 200 0.2 25~48 | 1270 | 2,030
gi;eymumm DH102 250 02 25~50 | 1,270 | 1,560 250 0.2 25~48 | 1,270 | 1,780
, 300 0.2 25~50 950 | 1,000 300 0.2 25~48 950 | 1,140
Below 300HB 350 0.2 25~28 950 | 1,000 350 0.2 25~28 950 | 1,140
- ~150 0.2 25~50 | 1,150 | 1,210 | ~150 0.2 25~48 | 1,150 | 1,380
(508304) 200 0.2 25~50 | 1,150 | 1,210 200 0.2 25~48 | 1,150 | 1,380
Bx250HBLIT | DH102 250 0.2 25~50 | 1,150 | 1,090 250 0.2 25~48 | 1,150 | 1,250
Haniess stee 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
FHae 200 0.2 25~50 320 340 200 0.2 25~48 320 390
(T-6A-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

2 RELRE, ap: BiARDYHAHRE, Ge: FEABMDYLAZRE, N : TEEERE, Vi:F)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WER LOFREIR

1) LEEDEIHISRMAE RIS KD —IBIEICINC THELEE L,

2) UOWDRELHEF PPAHRS = FEBIEL D EUTLRE V. B VNEEVREZE FFTEREE L,

3) WIRBHRRDBER FTPAHFRSZEZLLTLREVORICNB KU VIZ TP TEALEE L,

4) I7—JO— LK STIREMBZITOTRE Ve FHHIIIEMCTODF v ET A NI TV FTUEBITFRELIEE L,

5) MTHRENC IV TEREENBSNVIVEEFYPHW-FI A~ — NI K BIEEUN T EHER VN U T XU TR, LEVIEIREDOESRE70~80%. %HRE40~60%
ZERELTLREE WV &, YPHWH-FES KUYPHW*-24 4 28 — M K B EE T L (FOIRXOYIEIRAFIFWEBD Y O DYJHISRHZ SR EE VN (BELQRI—R&L)

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

m (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)
QAMIYIRA RTPIALTITSA R QAXPHR QXP type (facemill type)

A TE& (mm) Tool dia.
WmElA |k 63 /66
Work materials | #47& X No. of teeth 8N
Grades (m€n) ([?”?1) (rﬁr’%) (mli’r]r‘) (mm\ﬁnin)
o ~200 02 | 31~63 | 1,350 | 2,700
ﬁﬁgseogdﬁisgf‘,){'lt s 250 02 | 31~63 | 1,350 | 2,700
%)arbon St€€| (DH102) 300 02 31 '\"63 1 ,350 2,450
(C50, C55) 350 02 | 31~63 | 1,020 | 1,630
Below 250HB 400 0.2 31~35 | 1,020 | 1,630
TEH ~200 02 | 31~63 | 1,210 | 2,420
(SKDB1. SKD11) 250 02 | 31~63 | 1,210 | 2,420
B el <§ﬁ£§) 300 02 | 31~63 | 1,210 | 2,190
(1.2344, 1.2379) 350 02 | 31~63 910 | 1,450
B2 400 02 | 31~35 910 | 1,450
S\ R ~200 02 | 31~63 | 1,110 | 1,750
(fpi7. Px5. P20) 250 02 | 31~63 | 1,110 | 1,750
®S30.88HRC | pio2 | 300 | 02 | 31~63 | 1,110 | 1,580
(1.2311, P20) 350 0.2 31~63 830 1,110
30-36HRC 400 02 | 31~35 830 | 1,110
U= RsE ~200 02 | 31~63 | 1,000 960
(NAgkso, HPM1, P21) 250 0.2 31~63 1,000 960
B 38-43HRC ph1o2 | 300 02 | 31~63 | 1,000 800
(1.2311, P21) 350 02 | 31~63 750 590
AR 400 02 | 31~35 750 590
- ~200 02 | 31~63 400 320
(EQEEEQDQSFRQQ) 250 02 | 31~63 400 320
Haﬁened 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
e ~200 02 | 31~63 300 170
(%593 151D, Do11) 250 02 | 31~63 300 170
HarC&ened die steel | DH102 300 0.2 31~63 300 140
(1.0344, 1.2379) 350 02 | 31~63 250 120
Il 400 02 | 31~35 250 120
nFH- 5991V Es ~200 0.2 31~63 1,000 1,600
@+(§8’0F|3[E)3Lx? 250 02 | 31~63 | 1,000 | 1,600
Gre;-& Nodular cast iron DH102 300 0.2 31~63 1,000 1,400
, 350 02 | 31~63 750 900
Below 300HB 400 0.2 31~35 750 900
. ~200 02 | 31~63 910 | 1,090
QAR 250 | 02 | 31~63 | 910 | 1090
BX250HBLITS| DHIOZ 300 02 | 31~63 910 990
ainless stee 350 02 | 31~63 660 640
Below 250HB
ool 400 | 02 | 31~35 | 660 640
~200 02 | 31~63 250 300
FyUEe 250 02 | 31~63 250 300
(Ti6AM4V) | DH102 300 02 | 31~63 250 270
Titanium alloy 350 0.2 31~63 150 140
400 02 | 31~35 150 140

2 RELREZ, ap: BIARDOYHAHRE, Ge: FEABDYLAZRE, N : TERERE, Vi:FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

WA LOEESEE

1) LD BB S SUD— B TEEL L,

2) DOUDRELIISSF . TIAHFES % LRBELI DR LTRE N, 53V BRREE FFTRAEE L,

3) BREHREDBSE. FTPAHFRERLLTLEVN RICIBLVVIE RFTERLEE,

4) I7—7O— &I ITREMEEIT O TR E WV, T IIFEMCTOF vETAII T TIIIVK TMEBITERLEE L,

5) MR IV TEREENBSNBVESIEYPHW-FEA VY —NCKBEEU I T EHR O UE T ARXUIILE . EEEIHISREORERRE70~80%. 3% RE40~60%
ZEREVTLIEE W, Fo YPHW-FRES KUYPHW*-24f1 V5 — NI LB EEMT_EIFOEEVYIEIZREFWEBAYOT DYJHIRH 2SRV (GEQRI—RELY) .

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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Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMIYI R EIaA5= \YvE MQAXF; + BE—E(TY 15— NvRAF—ILIBIE+>/27—)\) MaX and MSN type

A TER (mm) Tool dia.
wHl s [ P—b 16 /17
Work materials | #47& % No. of teeth 2N
Grades (m€n) (ﬁrﬁ) (grﬁ) (mIi?r‘) (mm‘ﬁwin)
TUN—Fi ~70 0.4 <7 4,400 2,200
(gé@%’aHi“gh%) JC8015
<-Mold steel (DH102) 120 0.3 <7 4,400 2,200
“g%ﬂégﬁ%” 160 0.2 <7 4,400 2,200
AN ~70 0.25 <7 3,200 1,600
(ﬁSE'fRGJéDé\SHDFTé) JC8015
HaFEeneddiesteeI (DH102) 120 02 <7 3,200 1,600
(1.2344,1.2379)
42-52HRC 160 - = - =
BEATE ~70 0.2 <6 2,000 800
Pl
*55.
H(ardened dieste()ﬂ DH102 120 0.15 <6 2,000 800
1.2344,1.2379
55-62HRC 160 - - - -
A TE®R (mm) Tool dia.
wEl A [T—b 20 20/ 21
Work materials | #4%& X# No. of teeth 3N X# No. of teeth 4N
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
JUN—RVE ~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
‘Tséﬁ“%s“i“ﬁhéé” JC8015
Soidsies ~ |oH1o2)| 120 0.3 <9 3,500 2,600 120 0.3 <9 3,500 3,500
12511, P21) 190 | 02 <9 | 3500 | 2600 190 | 02 <9 | 3500 | 3500
BEAN ~70 0.25 <9 2,550 1,900 ~T70 0.25 <9 2,550 2,550
(ﬁségvﬁiéDé\SHDF'?é) JC8015
H(aaened dieste? (H102)| 120 0.2 <9 2,550 1,900 120 0.2 <9 2,550 2,550
1.2344,1.2379
42-52HRC 190 - - - - 190 - - - -
AN ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
Pt
*55.
H@%‘;iﬁ‘j ;“gftgﬁ' DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
. ,1.237
55-62HRC 190 - - - - 190 - - - -

2 RHELRZ, ap: MARDYNAALRE, Ge: XREAMOYNAHRE, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vi: Feed speed

W{ERALOFEEIR

1) EECOVIRISRAE ERBIES KO0 —IBIEICIN U THELEE L,

2) UUWHREUISEF ANAGFRS Z LEEBIEX ) BEUTLREV. B VIFEVREZ T FTERLEE L,

3) BB NTEDGEE. FTVNAHFRIEZLTLREE VL RICNB KV VIZ FIFTERLEE L,

4) I7—=7O— KWWK TREMBZTH>OTREE W FHIC IEMCTOFvETA NI TIIII < FTRUBITERLSEE W,

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 "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTYIZ EIa5=A\YE MQXF + BEE—R(TY 15— NvyREA—IVEBEY+>27—I/\) MaX and MSN type

A TE& (mm) Tool dia.
# I #4 H—k 25/26 25/26/28
Work materials | #47& T No. of teeth 4N T No. of teeth BN
Grades £ ap ae n Vi £ ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Nzéjsé\H?nl/ﬁ@n ~90 04 <10 | 2800 | 25800 | ~90 04 <10 | 2,800 | 3,500
BESeASHRC | 00| 140 | 03 | <10 | 2800 | 2800 | 140 | 03 | <10 | 2800 | 3500
(1281, P21) 210 | 02 <10 | 2800 | 2800 | 210 | 02 <10 | 2800 | 3,500
(SKDﬂg?\D?ngHA) ~90 0.25 <10 | 2,040 | 2040 | ~90 0.25 <10 | 2,040 | 2550
BodeoiRC | Dwiomy| 140 | 02 | <10 | 2040 | 2040 | 140 | 02 | <10 | 2040 | 2550
(1.2344,1.2379)
42-52HRC 210 = - - - 210 = - - -
(smﬁ%ﬁmn o) ~90 0.2 <8 1,270 1,020 ~90 0.2 <8 1,270 1,360
R2O0B2HAC | bH102 | 140 | 0.15 <8 | 1270 | 1020 | 140 | 015 <8 | 1270 | 1,360
(1.2344, 1.2379)
55-62HRC 210 - - - - 210 - - - -
A TEE (mm) Tool dia.
Wyl A | U=k 30/32/35 32/35
Work materials | #47E H#L No. of teeth 5N F# No. of teeth BN
Grades 2 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
(Nzl('éé\H—F,“|;1>§'2ﬁ1) ~100 0.4 <13 2200 | 2750 | ~100 0.4 <13 2200 | 3300
BESEATHRC | WO 150 | 03 | <13 | 2200 2750 | 150 | 03 | <13 | 2200 | 3300
12311, P21) 210 | 02 <13 | 2200 | 2,750 210 | 02 <13 | 2200 | 3300
(smﬁ%ﬁﬁwm ~100 | 025 <13 | 1,600 | 2000 | ~100 | 025 <13 1,600 | 2,400
B | | 150 | 02 | <13 | 1600 | 2000 | 150 | 02 | <13 | 1600 | 2400
S0 210 | 045 | <13 | 1600 | 2,000 210 | 015 | <13 | 1600 | 2400
(SKDﬁéﬁﬂ%cm ~100 0.2 <10 1,000 1,000 | ~100 0.2 <10 1,000 1,200
BE95B2HAC | pHioz | 150 | 045 | <10 | 1,000 | 1000 150 | 015 | <10 | 1,000 | 1200
1.2344,1.237
(1.2344,1.2370) 210 | 0.1 <10 | 1,000 | 1,000 210 | 01 <10 | 1,000 | 1,200

2 RELES, ap: MAROYHAAKRE, Ge: EREAMOYNAARS, n: TEEERE, Vi E)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{EALOESEIR
1) LEEDLIHISEHS . RIS KO — IR U TRELIEE L,

2) UUWHREUISEE AR TS Z LEEBIEXLBHEUTLREV. 2 VFEVREZ T IFTERLEE L,

3) WHEINARBDHBE(E FTUHAHFREZEELUTLKREE WV RICNB KU VIZTIFTERLIEE L,

4) I7 =7 0O— XTI TREMBZETOTRE W FHIC IIEMCTOFvETA NI TRV FTRUBISERLSZE W,

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 "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMTYI A EVaS5—AYE " MQAXH + BEE—&(EI15—NyREBEA—IVEBEY v 7—I\) MaXand MSN type

A TE&R (mm) Tool dia.
wHl s [ P—b 40/42 40
Work materials | #47& F# No. of teeth 6N T No. of teeth 7N
Grades £ ap ae n %3 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN—Ri ~100 0.4 <17 1,750 2,620 | ~100 0.4 <17 1,750 3,060
(NAK80, HPM1, P21) 168015
BAIBAIIAC | Do | 150 | 03 <17 | 1750 | 2620 | 150 | 03 <17 | 1,750 | 3,060
12511, P21) 20 | 02 <17 | 1750 | 2620 210 | 02 <17 | 1750 | 3,060
AN ~100 0.25 <17 1,270 1,900 | ~100 0.25 <17 1,270 2,220
(SKD61, DAC, DHA) j——
B e | i | 150 | 02 <17 | 1270 | 1900 | 150 | 0.2 <17 | 1270 | 2220
T 210 | 015 | <17 | 1270 | 1,900 20 | 015 | <17 | 1270 | 2.220
BEATE ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
Pt
pReoo0eni | DH102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
(12344, 1.2579) 210 | 0.1 <13 800 | 960 210 | 0.1 <13 800 | 1120

2 RELRZ, ap: iARDYNAALRE, Ge: FRAMOYNAHFEE, n: TEOERE, Vi FE)RE

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

W{ERALDFEREIR
1) LEEDYIRISRMAE. BRAIES KT D — IR U THEBLEE N,

2) CUWHREUSZEF ABAHFREZ LEEHEL ) BELLTLRZEVN. HBNFE)EEZ FFTERALEE .

3) WBINTREDHZEIR. FTUAHFRSZ R UL TLEE V. RICNB RO VIZTIF TERLIEE L,

4) I7—7O— LKW TREDEBZTH>TLEE W HIC IFEMCTOFvET A NI TIFII S FTRRITERLEE L,

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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EEHINIAYPHW100320ZER-2472 A3k P —b EHELIHISRG
Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QAMIYIRX RTPIALTITSA R, QXPH;  QXP type (facemill type)

(5]

A TE& (mm) Tool dia.
# I #4 H—k 40 40
Work materials | #4%& ¥ No. of teeth BN % No. of teeth 7N
Grades ap de / f ap ae . t
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
FYN\— RS ~100 0.4 <17 1,750 2,620 ~100 0.4 <17 1,750 3,060
(NA}§§O,HPM1,P21) 168015 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
BB ASHRC | oo | 200 | 02 <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 - _ _ _
BEANGE ~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220
(SKR61,DAC,DHA) TG 150 0.2 <17 1,270 1,900 150 0.2 <17 1,270 2,220
B e i | hioy | 200 | 015 | <17 | 1270 | 1,900 200 | 015 | <17 | 1270 | 2220
(1.2344, 1.2379) 250 0.1 <17 1,270 1,900 250 0.1 <17 1,270 2,220
42-52HRC 300 - — — - 300 — — — -
AN ~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
(SK[_)JLSLD, DC11) 150 0.15 <13 800 960 150 0.15 <13 800 1,120
R2O562HAC | pH1o2 | 200 | 0.1 <13 800 960 200 | 0.1 <13 800 | 1,120
(1.2344,1.2379) 250 - - - - 250 - - - -
55-62HRC 300 - _ — - 300 - _ — _
A TEZ (mm) Tool dia.
# 8l #4 H—k 50 50 /52
Work materials | #47& B No. of teeth 7N J# No. of teeth 8N
Grades £ ap de [ f ap ae / f
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
TUN— RV ~150 0.4 <21 1,400 2,450 ~150 0.4 <21 1,400 2,800
(NAlfgo,HPM1,P21) 108015 200 0.3 <21 1,400 2,450 200 0.3 <21 1,400 2,800
BAIBAINRC | Dron| 250 | 02 <21 | 1400 | 2450 250 | 02 <21 | 1400 | 2800
(1.2311, P21) 300 0.15 <21 1,400 2,450 300 0.15 <21 1,400 2,800
38-43HRC 350 - — — - 350 - _ — _
AN ~150 0.25 <21 1,020 1,780 ~150 0.25 <21 1,020 2,040
(%RGJQD?SHDFI%) TR 200 0.2 <21 1,020 1,780 200 0.2 <21 1,020 2,040
HaFEeneddiesteel (DH102) 250 0.15 <21 1,020 1,780 250 0.15 <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 = = = =
AN ~150 0.2 <17 640 900 ~150 0.2 <17 640 1,030
(SK[_)\]1, SLD, DC11) 200 0.15 <17 640 900 200 0.15 <17 640 1,030
BeoS-82HAC | prioz | 950 | 0.1 <17 640 900 250 | 0.1 <17 640 | 1,030
(1.2344,1.2379) 300 - - - - 300 - - - -
55-62HRC 350 — _ _ _ 350 — _ — _

R RHURE, ap: iAMOYIAHRE, ae: FEAMOYNAHRE, n: TEREREE, Vi:x)EE

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

W{ERALDEEEIR
1) EECOUIHISRME BERAIES KD — TN TRELEE W,

2) UUWHREUISEE ANARFS Z LEEBIEXBEUTREV. 2 VIFEVREZ T IFTERLEE L,

3) WHEINARBDHBE(E FTUHAHFREZELUTLKREEVURICNB KU VIZTIFTERLIEE L,

4) I7 =7 O— LXK TREMBZEITOTRE W HIC IIEMCTOFvETA NI TRV FTRUBISEELSZE L,

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 New generation high feed mill
‘ l‘ 1 l iznﬁl Z'l'l’:‘l_

Fmiril A YPHW 100320ZER-24#; A5%3iR1 9 —b REVHISEEF

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)
QAMTYIR RTPIALITITSA R QXPH;, QXP type (facemill type)

AV TE%Z (mm) Tool dia.
#El A | Y—b 63 /66
Work materials | #4%& X% No. of teeth 8N
Grades (m%) (rﬁg) (rﬁr?l) (min") (mm\{r];lin)
Ty ~150 | 04 <26 | 1,110 | 2,220
(%@%BHIZ,%ILRPg) 108015 200 0.4 <26 1,110 2,220
SSBASHRC | o | 250 | 03 | <26 | 1110 | 2,20
(1.2311, P21) 300 0.2 <26 1,110 2,220
38-43HRC 350 0.15 <26 1,110 2,220
oy ~150 | 025 | <26 | 810 | 1620
(%RGLIQD?SHD#@ 18015 200 0.25 <26 810 1,620
Hardened die seel | (DH102)| 220 | 02 =2 Sl | e
(1.2344,1.2379) 300 0.15 <26 810 1,620
42-52HRC 350 0.1 <26 810 1,620
W GE ~150 | 02 <21 500 800
(Sﬁé%%SSIéDEI—?gE) 200 0.2 <21 500 800
BE5S-62HRC | pyiog | 250 | 015 | <21 | 500 | 800
(1.2344,1.2379) 300 0.1 <21 500 800
55-62HRC 350 — _ _ _

2 RELRE, ap: BIARDYHAHARE, Ge: FEAEMDYLAHRE, N : TEEEGRE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

W{ERALDFEREIR
1) LEEDYIRISRMAE. BRAIES KT D — IR U THEBLEE N,

2) CUWHREUSZEF ABAHFREZ LEEHEL ) BELLTLRZEVN. HBNFE)EEZ FFTERALEE .
3) WBINTREDHZEIR. FTUAHFRSZ R UL TLEE V. RICNB RO VIZTIF TERLIEE L,
4) I7—7O— LKW TREDEBZTH>TLEE W HIC IFEMCTOFvET A NI TIFII S FTRRITERLEE L,

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

fIEH EIF R YPHW-F 17 353581 Y — (CBN) EEt)5IRe 6]

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EIAS5—A\YF MQAXH + BE—#(TEI 15— \vREF—IVEEY+>27—I/ ) MaXand MSN type

A TE& (mm) Tool dia.
# Hl #4 HY—k 16 /17 20
Work materials | #47& F# No. of teeth 2N T No. of teeth 3N
Grades 2 ap de n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEA G ~80 <12 <0.1 8,950 | 1,430 | ~100 <12 <0.1 7,160 1,720
pat
) <
I_Eargeneddieste? 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
PR
i < <
13@323"?‘5;*3‘;' JBN795 120 <038 <041 5,970 720 150 =038 <0.1 4,770 860
. ,1.237
55-62HRC 160 = - - - 190 = = = -
m"(‘géﬁ)ﬁﬁ% ~80 =15 <0.1 14,900 | 4,020 ~100 =15 <0.1 11,900 | 4,820
EE300HBIL T < <
G‘;eycastimn JBN795 120 =1.0 <041 14,900 | 3,580 150 <1.0 <041 11,000 | 4,280
BemﬁéoHB 160 =07 <041 14,900 | 2,980 190 =07 <0.1 11,900 | 3,570
9774)5/%%% ~80 <15 <01 | 13900 | 3750 | ~100 <15 <01 | 11,100 | 4,500
EE300HBIU T <
Nodular cast ron | JBN795 120 =1.0 <041 13,900 | 3,340 150 =1.0 <041 11,100 | 4,000
Be|é\?v%%)()HB 160 =07 <0.1 13,900 | 2,780 190 =07 <0.1 11,100 | 3,330
7Y TE® (mm) Tool dia.
wHEH M | T—b 20/21
Work materials | #47& F# No. of teeth 4N
Grades (nﬁ;) (ﬁ?@) (é%%) (nﬁ%4) (mnkgﬂn)
AN ~100 <12 <0.1 7,160 2,290
ARG,
Hardened die steel | JBN795 150 | =10 <0.1 6,370 | 1,780
(1.2344, 1.2379)
42-52HRC 190 - - - _
BEANEE ~100 <10 <0.1 6,370 2,040
PSR
Hardened die steel | YBN795 150 =0.8 <041 4,770 1,140
(1.2344, 1.2379)
55-62HRC 190 = = = =
193‘(‘53-)%%% ~100 <15 <0.1 11,900 | 6,430
fE300HBLT <
Gﬁey cast o | JBN795 150 =1.0 <041 11,900 | 5,710
Bemi& §3OHB 190 =07 <041 11,900 | 4,760
99&;4)1)/%&% ~100 <15 <0.1 11,100 | 6,000
fEE300HBU TR <
Nodul(arcaitlron JBN795 150 <1.0 <041 11,100 | 5,330
Be.o‘vi%%OHB 190 =07 <041 11,100 | 4,440

2 RELRE, ap: BIARDYHAHRE, Ge: FEAMDELAHRE, n: TEEERE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BERAEOEEER

1) LECDUIRISRHE FEMAIES KOO —TEIEICIGU TRELEE WL,

2) UUWHREUIBER AAGHFRS Z LEEBIEXIBEUTLREWV. HBVFXVREZ FIFTERREE L,

3) BHBHARRDHBEGF FTHAHFREIEZL LTSV RICNB LV VIZ FIFTERL S L,

4) I7 70— L&KW TRRERZITOTLIEE W BT IIEMCTOFrET I T TR IS TREBISERLIZE W,

5) YPHW*-F1 2R 534+ > 5 — b (CBN) RIS & 5. N—F AJLAIEL EIF T F 3R LI T OELETEISRA &,
WEBAYOJ DYJHISRZSRBLZE LV (FEEQRI—REW) .

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 3 -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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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMTYI R EIA5=A\YE " MQXH + HE—®(TY 15— NvyREA—)VEBEY 27 —I\) MaX and MSN type

A TE=R (mm) Tool dia.
wWHEl M |U—b 25/26 25/26/28
Work materials | #4%& FIE No. of teeth 4N F# No. of teeth BN
Grades 4 ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
IRANE ~120 =12 <0.1 5,730 1,830 ~120 =12 <041 5,730 2,290
s
X - -
I-Eara-ened die Ste?l JBN795 190 =1.0 <0.1 5,090 1,430 190 =1.0 <0.1 5,090 1,780
1.2344,1.2379
42-52HRC 235 - - - - 235 - - - -
BEAN ~120 | =10 <0.1 5,090 1630 | ~120 | =<1.0 <0.1 5090 | 2,040
o
gy <
I-Eardi:ned die ste;zl JBN795 190 =0.38 <0.1 3,820 920 190 =0.8 <0.1 3,820 1,150
1.2344, 1.2379
55-62HRC 235 = - - - 235 = = = -
m“(‘gé-)ﬁﬁ% ~120 | =15 <0.1 9550 | 5160 | ~120 | =15 <0.1 9,550 | 6,450
fEE300HBL T < <
Gcr—ey cast iron JBN795 190 =1.0 <041 9,550 4,580 190 =1.0 <041 9,550 5,730
Bemﬁ?g&m 235 =07 <0.1 9,550 3,820 235 =07 <0.1 9,550 4,780
Q‘Q/)E,F/(g[))kﬁ% ~120 =15 <0.1 8,910 4,810 ~120 =15 <0.1 8,910 6,010
IEE300HBLL T <
N0<d_ular cast iron JBN795 190 =1.0 <0.1 8,910 4,280 190 =1.0 <041 8,910 5,350
Bekf\(,i\,%%)oHB 235 =0.7 <0.1 8,910 3,560 235 =07 <0.1 8,910 4,460
(Y TE®Z (mm) Tool dia.
e Hl ¥4 H—k 30/32/35 32/35
Work materials | #4%& % No. of teeth BN T8 No. of teeth BN
Grades £ ap de n Vi Y ap ae n Vi
(mm) (mm) (mm) (min-') (mm/min) (mm) (mm) (mm) (min-') (mm/min)
BEAT G ~160 | =12 <0.1 4,480 1,790 | ~160 | =<1.2 <0.1 4480 | 2150
i SOHRC.
; <
I-Ear&ened die ste;zl JBN795 240 =1.0 <01 3,980 1,390 240 =1.0 <0.1 3,980 1,670
1.2344,1.2379
42-52HRC 290 - - - - 290 - - - _
BEAN 5 ~160 | =10 | <01 3980 | 1590 | ~160 | =10 | <0.1 3,980 | 1,910
o
L - >
I-{ardLened die steg:l JBN795 240 =0.8 <0.1 2,980 900 240 =0.8 <041 2,980 1,070
1.2344, 1.2379
55-62HRC 290 - - - = 290 = - - _
mr'(‘gé-)ﬁﬁﬁ ~160 | =15 <0.1 7460 | 5040 | ~160 | =15 <0.1 7,460 | 6,040
fEE300HBLL T < <
G(Fey cast iron JBN795 240 =1.0 <041 7,460 4,480 240 =1.0 <0.1 7,460 5,370
Bem\(NG g(f())OHB 290 =07 <0.1 7,460 3,730 290 =07 <0.1 7,460 4,480
ﬁ'ﬁﬁz’F'g[)Jl)Jﬁﬁi ~160 =15 <0.1 6,960 4,700 ~160 =15 <041 6,960 5,640
fEE300HBLL T < <
Nodular cast iron | JBN795 240 <10 <0.1 6,960 4,180 240 <10 <0.1 6,960 5,010
Belé\(/;v%%)oHB 290 =07 <0.1 6,960 3,480 290 =07 <0.1 6,960 4,180

2 RELRE, ap: BIARDYHAHRE, Ge: $EAMDYLAZRE, N : TEEEGRE, Vi FE)RE
2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BER EDOEREIR

1) LEEDVIBISRAE (S EREIES KUD— I BIEICHU TRELIEE L,

2) UUWHREUISEF ANARRS Z LEEMIEX ) BEUTLIEE V. H5V3XVEEZ TP TRERALEE L,

3) BB HTREDZEF, FTYHAHFRE ZZL LT REVRICNB IO VIZETIFTREALEE L,

4) I7—70—[CKUIVK FTRRENRZTOTLIEE W FHT IIEMCTOF v E T JI LTI FUIBITERLIEE L,

5) YPHW-F 1 2R 563481 > 5 — b~ (CBN) ERIC & 2. N—F AILAIE L L (F I T BEE L L IFII T ORI HISEF
WEBAHYOJ DYIHISRMHRZSIRLEET LV (FEEQRI—R&EN)

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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fIEH EIF R YPHW-F 17 353581 Y — (CBN) EEt)5IRe 6]

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QMTYI R EIAS5=AYEF MQAXH + BE—&(EY15—~"NvyRBAF—)VEBEY+>27—I/\) MaXand MSN type

A TE= (mm) Tool dia.
wH & | Y=k 40/42 40
Work materials | #47& F% No. of teeth BN FE No. of teeth 7N
Grades 2 ap ae n Vi g ap ac n Vi
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min"') (mm/min)
BEANSE ~160 | =12 <0.1 3,580 1,720 | ~160 | =12 <0.1 3,580 | 2,000
L
: - >
H(argeneddieste?l JBN795 | 240 | =10 | <01 | 3180 | 1,340 240 | =10 | <01 | 37180 | 1560
1.2344,1.2379
42-52HRC 290 - - - - 290 - - - -
BEA S8 ~160 | =<1.0 <0.1 3180 | 1530 | ~160 | =1.0 <0.1 3,180 | 1,780
ey
) > =
1?@323“ 1(“533%? JBN795 | 240 | =08 | <01 | 2390 860 240 | =08 | <01 | 2390 | 1,000
. ,1.237
55-62HRC 290 = — = - 290 - = - -
R ~160 | =15 | <01 | 5970 | 4840 | ~160 | =15 | <01 | 5970 | 5640
B 300HBLIT < -
Groy bastvon | JBV798| 240 | =10 | <01 | 5970 | 4300 240 | =10 | <01 | 5970 | 5010
Be|0§f§30HB 290 | =07 | <01 | 5970 | 3580 290 | =07 | <01 | 5970 | 4,180
5’"752’;0([))5/%%% ~160 | <15 | <01 | 5570 | 4510 | ~160 | =15 | <01 | 5570 | 5260
B 300HBLLTF -
oo [JBN795 | 240 | =10 | <01 | 5570 | 4010 240 | =10 | <01 | 5570 | 4680
Belé\?vGB%)OHB 290 | =07 | <01 | 5570 | 3340 290 | =07 | <01 | 5570 | 3900

2 RELRZ, ap: MARDYNAALRE, Ge: F¥BEAMOYNAAEE, n: TEOEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vt: Feed speed

W{ERALOESEIR

1) LECOUIRISRHEIF . ERAIES KOD—IRIMEICRU TR IZE L,

2) UUOUDREUIBE R A RS Z LERMIBEL I BELLTLEE WV, $BVEVREZ T FTERALEEL,

3) WIHBI T EDBEIR. FTUPAHREZERL UL TLIEE V. RIS B LU VIZ FIFTERLIEE WL,

4) I7 =7 0O— LKW TREMBZITOTLREE WV, FHHT IIFEMCTOFrET A NILT TRV FRIBITERLEE L,

5) YPHW*-F 1RSI0 > 5 — b (CBN) ERIC & B N—F D)VRAIEE L IF T E R P TOEEEISAE. WEBH Y O DUHISRMxR
ZBRIEECV(FEQRI—R&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 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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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

Ouick & Mini

e

QAMIYIRX IRTPILTITISA X, QXPHS QXP type (facemill type)

New generation high feed mill

=% TE#& (mm) Tool dia.
% Hl ¥ H—k 40
Work materials | #47& F# No. of teeth BN F# No. of teeth 7N
Grades 2 ap Qe n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
AN ~150 =12 <0.1 3,580 1,720 ~150 =12 <0.1 3,580 2,000
(%SPEJIQDBASH%H(?) 200 =1.0 <0.1 3,180 1,340 200 =1.0 <0.1 3,180 1,560
Hara-ened die steel| JBN795 250 - - - - 250 - - - -
(1.2344,1.2379) 300 - - - - 300 - - - -
42-52HRC 350 - - - - 350 - — _ _
BEANSE ~150 =10 <0.1 3,180 1,530 ~150 =1.0 <0.1 3,180 1,780
(%%%,ESE[%#FEE) 200 =038 <0.1 2,390 860 200 =0.8 <0.1 2,390 1,000
HardLened die steel| JBN795 250 - - - - 250 - - - -
(1.2344, 1.2379) 300 - = - - 300 _ Z - .
55-62HRC 350 - - - - 350 - - — _
R BES ~150 | <15 | <01 | 5970 | 4840 | ~150 | <15 | <01 | 5970 | 5640
. (F(I:-)lBL‘ 200 =1.0 <0.1 5,970 4,300 200 =1.0 <0.1 5,970 5,010
B NOHB T | oezes | 250 | =07 | <04 | 5970 | 3580 250 | =07 | <01 | 5970 | 4180
(GG) 300 =07 <041 5,970 3,580 300 =0.7 <041 5,970 4,180
Below 300HB 350 - - — — 350 - - - _
5495948 ~150 =15 <0.1 5,570 4,510 ~150 =15 <0.1 5,570 5,260
EE*S(OOHELIF 200 =1.0 <041 5,570 4,010 200 =1.0 <041 5,570 4,680
o |JBN795 | 250 | <07 | <01 | 5570 | 3,340 250 | <07 | <01 | 5570 | 3,900
(GGG) 300 =0.7 <0.1 5,570 3,340 300 =07 <01 5,570 3,900
Below 300HB 350 = = - - 350 - - - -
AV TE& (mm) Tool dia.
# Hl ¥ H—h 50 50/52
Work materials | #4718 F% No. of teeth 7N F% No. of teeth 8N
Grades ap de n Vi ap de n Vi
(mm) (mm) (mm) (min-) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
BEANSE ~150 =12 <0.1 2,860 1,600 ~150 =1.2 <0.1 2,860 1,830
(SKQ\@L DAC, DHA) 200 =12 <041 2,860 1,600 200 =12 <041 2,860 1,830
(ECA252HAC | ygnros | 250 | =10 | <00 | 2,550 | 1,50 250 | =10 | <01 | 2550 | 1430
(1.2344,1.2379) 300 =1.0 <01 2,550 1,250 300 =10 <0.1 2,550 1,430
42-52HRC 350 - - - — 350 — _ _ _
BEANSE ~150 =1.0 <0.1 2,550 1,430 ~150 =1.0 <0.1 2,550 1,630
(SK[EL SLD, DC11) 200 =1.0 <0.1 2,550 1,430 200 =1.0 <0.1 2,550 1,630
(FCOOSEHAC \uBN7os | 250 | =08 | <04 | 1,910 | 800 250 | =08 | <01 | 1910 | 920
(1.2344, 1.2379) 300 =0.8 <041 1,910 800 300 =0.8 <01 1,910 920
55-62HRC 350 — — — — 350 — — — —
nTHEs ~150 =15 <0.1 4,780 4,520 ~150 =15 <0.1 4,780 5,160
EE*S((JE?-)IBLXT 200 =15 <0.1 4,780 4,520 200 =15 <0.1 4,780 5,160
G(Fey castiron | JBN795 250 =1.0 <0.1 4,780 4,020 250 =1.0 <0.1 4,780 4,590
GG 300 =1.0 <0.1 4,780 4,020 300 =10 <0.1 4,780 4,590
Below 300HB 350 =0.7 <041 4,780 3,350 350 =07 <041 4,780 3,820
55594 8Es% ~150 =15 <0.1 4,460 4,210 ~150 =15 <0.1 4,460 4,820
ﬁE'\'S(OOHELIF 200 =15 <0.1 4,460 4,210 200 =15 <0.1 4,460 4,820
Heoo h [uBN795 | 250 | =1.0 | <0.1 | 4460 | 3,750 250 | 1.0 | <01 | 4460 | 4,280
(GGG) 300 =1.0 <041 4,460 3,750 300 =1.0 <0.1 4,460 4,280
Below 300HB 350 =07 <0.1 4,460 3,120 350 =07 <0.1 4,460 3,570

0 RHURE, ap: ARDYIAARS, 8e: FEAMDYNAARE, N TEEEERE, Vi *)ERE

2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed
WEALOEREIR

1) LEEDVIBISKAE (S FEAREINIES KUD— I AU TRELZE W

2) UUWHRELIIZE
3) WREIHAREBDIZE(F, FTNAHFRS ZZ LT EE
4) T7—7O— (RIS TIREMEZITOTLES

(& EAFR

S LEEHIELDBIERKLTLIES

W\ BDWVIREVREZ T IFTERLEE W,
WRICNB LUV IZETIFTERALEE L,
Vo BT IIFEMCTOF v ET A I TIEIU < TRIR(TERLET N,

5) YPHW:-F 1S53 5 — (CBN) ERICK S N—F DIVAIEL EF T3 EE I TOSRLEEISRAF .

WEBHYOJ DYIEIRMRESRIES

NOTE

W(FEEQRI—R&KN),

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.




{lEit LIy A YPHW-F 15/ I5%32

// DIJET

a1 —~ (CBN) LISt (6]

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)
QAMIYIRX RTPILTITISA X, QXPHS QXP type (facemill type)

TE& (mm) Tool dia.

1>
WwHl | Y=k 63 /66
Work materials | #47& F# No. of teeth 8N
Grades (mm) (n‘?ﬁ) (rﬁrﬁ) (mﬁr‘) (mm\ﬁnin)
1A NSE ~200 | =12 <0.1 2,270 1,450
(%ggl,eog\gH%Hé\) 250 =1.2 <0.1 2,270 1,450
Hargened die steel| VBN795 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 — _ _ _
AN ~200 =1.0 <01 2,020 1,290
(SEIéQl%,ESEg,l_?F%ﬂ 250 =10 <0.1 2,020 1,290
Hardtened die stoel | JBN795 300 =0.8 <0.1 1,520 730
(1.2344, 1.2379) 350 =0.8 <0.1 1,520 730
55-62HRC 400 - - _ _
NEHER ~200 | =15 <0.1 3,790 | 4,090
E*S(()ELI)-}BL){‘F 250 =15 <041 3,790 4,090
G‘;ey castiron | JBN795 300 =10 <0.1 3,790 3,640
(GG) 350 <1.0 <0.1 3,790 3,640
Below 300HB 400 =0.7 <0.1 3,790 3,030
55454 L5k ~200 | =15 | <0d 3540 | 3,820
E*S(SSE%BL){'F 250 =15 <041 3,540 3,820
Nocd—ular cast iron | JBN795 300 =1.0 <0.1 3,540 3,400
(GGG) 350 =1.0 <0.1 3,540 3,400
Below 300HB 400 =0.7 <01 3,540 2,830

2 RELRZ, ap: MARDYNAALRE, Ge: F¥BEAMOYNAAEE, n: TEOEERE, Vi F)RE
2 : Overhung length, ap : Axial depth of cut, &e: Radial depth of cut, N : Spindle speed, Vt: Feed speed

W{ERALDEFREIR

1) LEEDUIBISKAE. RAIES KD —JBIEICHU TR IEE L,
2) CUUDRELCHEIF VHAFREZE LEEHEBLVBELULTREEV. H2VIEXVEREZ FFTERLEE L,

3) BME T EDHEF. FTWAHREZEEL U TLEET VO RICNB LU VIZ TIFTERLIEE L,

4) I7 =7 O—ICKUYIKTIREMBZTOT TV BT IIEMCTOF vET A NI TR FRIRITERLEE L,

5) YPHW:-F 1R 5E38HA 5 —~ (CBN) ERICK D N—FAILAIEL L FNTERFERT LTI TORETEISAE. WEBA Y OT DOYIHISKHR

ZBR<IEEV (FEEQRI—R&KW) 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.




BX] - FHEENMLAHLE

IS,

EVa15—947F
¢16~¢35

Modular head type ¢16~¢35

1_ High precision QM Max MQT type improved balance of holder than conventional holders.
Possible to adapt multi-machining machines such as multi-tasking machines.Lineded up high precisj

H grade inserts.High efficient machining is possible by adapting malti-blades specification.
-

Lineuped holders with cutting edge angle 3°.5°. Complex shape
" machining with inclination is possible by 3 axis machine.

3 Adopted 2 grades: PVD coated grade “JC8015”for general & mold steel, stainless steel and cast iron.
" Cermet grade “CX75”for improving surface roughness.



VIRI1ERE

-
O EFEEhR (5 8 RIH)
@Tool life comparison (5°tilted wall)
| | N
0121 M4t S50C TEAE: ¢16X2N
Material: S50C Tool dia.: ¢ 16x2N
PIEIESE
_ o1 || cutting conditions:
S * V/c=603.2m/min (N=12,000min"")
Z + fz=0.2mm/t (\/f=4,800mm/min) >
§ « @p=1.5mm, 3e=0.12mm / »
Z 008 SUVhvh BEURSE: 4=60mm, I7J0— /
= Down cut, Overhung length: £=60mm, Air blow
"E\ & J
0§ 006 S P &
[ivs === DIJET : MQTH: DIJET|: MQT Type
%‘ = A%t Cpmpetitor A
E'\
g 004 /
.K
%
0.02

240

160

320 400 480

IR (m) Cutting length

ConTEEs @486milTE) (Z0Am)

@ Surface roughness (After 486m machining) (Feed direction)

N\

-

© WA THEH ($9486milTE) XV DEESR)
© Cuspheight (After 486m machining) (Vertical direction of feed)

XPHT100308ZER-R Att XPHT100308ZER-R At
(¥4%&:JC8015) Competitor A (#4%&:JC8015) Competitor A (PVD)_
(Grades: JC8015) (PYDO—71>7) (Grades: JC8015) (PVDI—71%)
/
NIE
BEE _ -
Photo of £ &
work
surface R ]
TH | ﬂgIE
= | T h TS : :
2B e B Sk
[=]
Surface | ) ' NV, EB5M E E
roughness| - ) ’ Surface
2N) " 25 fom] | "o cJ i i 2 %5 ol roughness
_Feed EZN)
directtion | Ra=0.19um Rz=1.18um | Ra=0.44um Rz=2.02um Vertical 5 =
direction
K’,.'%‘ﬁ'ﬁ'g 101.2min 101.2min of feed \\
time R R
QMR vIZ: MQT#ap ZEv2)=1.5mmT® $HEAERER RIS
S = =4 /N
NIERFTHATHEBE EREDIRL. R
Cusp height H=4pm Cusp height H=26pm
#ElI#4: S50C PIIESE ( #HI#F: S50C P IESE

TE ¢16X2N Cutting conditions:

Material : $50C * Vc=603.2m/min (N=12,000min"")

Tool dia.’ @16x2N . f=0.4mm/rev (Vf=4,800mm/min)
* Ap=1.5mmx27/NZ (%)), @e=0.12mm
SovAvk, ZBHURE: 4=60mm
Down cut, Overhung length: £=60mm

TE# ¢16X2N Cutting conditions:

Material: $50C * V/c=603.2m/min (N=12,000min"")

Tool dia.: @16x2N . =0 4mm/rev (Vf=4,800mm/min)
* dp=1.5mm, 3e=0.12mm
FoVhvh, BHURE: 4=60mm
Down cut, Overhung length: £=60mm




Ouick & Mini

New generation high feed mill

I—3V Ky 1 532 Through coolant hole

- =T e P & DR ST Modular head MQT type
TYPE

)EE'JU

~F 3% (mm) Dimensions B8 &R Parts
PN %N ) XIS 557RL | LYFam
tERIAE° e & £ | DE A5 —k Clajmp screw  |Wrench (notbf:ncluded) Fig
Inclination Cat. No. stock [ NO-Of \@Dc| Lf |¢pDb|MD| C | W | Applicable
angle 6° inserts inserts &
MQT-2016A00-M8 | ® 2 |16 | 23 |14 |M8| 8 | 12 * » TSW-2556H
0° MQT-4020A00-M10| ® 4 (20| 30 ({18 |[M10| 9 | 14 o ZE a | TSW-2556H 1
MQT-5025A00-M12| @ 5 |25 | 35 |225M12 10 | 17 | &5 ¥ E DSW-2563H
MQT-6035A00-M16| @ 6 [35]| 43 |29 |M16| 12 | 22 g § 3: DSW-2563H A-08
3 MQT-2016A03-M8 | ® 2 |16 23 |14 M8 | 8|12 | & & & | TSW-2556H
MQT-2020A03-M10| ® | 2 |20 | 30 [18 M10| 9 | 14| T g 2 | TSW-2556H 5
5° MQT-2016A05-M8 | ® 2 |16 | 23 |14 |M8| 8 | 12 * T E TSW-2556H
MQT-2020A05-M10| ® 2 |20 | 30 |18 |[M10| 9 | 14 | X< > N | TSW-2556H
) 1. KIKICA VY —NEFHEFHAATHIF R Ao FEESKHLIEE L, ing conditions ~—88~—
2. AL F BV 5 PR = BIER (VMOLY) SHEL B A B9 e ez G T
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY. aac‘ljamjairLe,“},}2§ ;&ﬁwba(r\tlmrgz
Tsw?zsssu (K
DSW-2563H 11
M nT 075 74 aad o INSErts
TYPE
{ESIEL_EIFE For tilted wall finishing {IEE_EIF R For finishing side face
(XPHW100308ZER-R) (XPHT100308ZER-R) (YPHW1003:x<ZER-15) (YPHW100308ZER-F) (YPHW100308ZTR-F1)
A A
-+ ™ —;;— o (- m X
}J/ - SEC ﬂ s EP
RO | 1| e 30] EXE A
(XPHW100308ZER-R) (YPHW100303ZER-15) -
£ ° 77} . re @ ]
= By - Z%g g\{ggjoo?oszsn-F)
LT e130] L]’ (For Ic?w feed machining)
(XPHT100308ZER-R) (YPHW100308ZER-15)
BHEIbHA (¢1iilj‘~{iilj’m) Shoulder milling insert CBN->H—P CBN insert
(ZPMT10033*ZER-PL) (From semi-finishing to finishing) /\

\\i{/

g =
130 ESD

g
(YPHW100308ZTR-F1)

AT BE PV%\%:OJ&I;;E‘JQ %e_rﬁz{\ CBN < ;& (mm) Dimensions

Type Tolerance| 08015] JC8118] DH102 | CX75 [JBN795| A | T | B | re | &
1BRIEH EITE XPHW100308ZER-R H (] o 10.06/3.35| 6 | 0.8 | 11°
Fortied wallfinishing | XPHT100308ZER-R H ° ° 10.06/3.35] 6 | 0.8 | 11°
YPHW100303ZER-15| H ° o | o 10.06/3.35] 6 | 0.3 | 11°
BIEH YPHW100308ZER-15| H o | o 10.06/3.35] 6 | 0.8 | 11°
Forfinishing side face | YPHW100308ZER-F | H ° 1006/ 3.35| 6 | 0.8 | 11°
YPHW100308ZTR-F1| H ® [1006/335| 6 | 0.8 | 11°
=T ZPMT100304ZER-PL | M o o | o 100834 | 6 | 0.4 | 11°
(ﬁﬂ;ﬁlf’fljﬂlﬂfl) ZPMT100308ZER-PL | M O ° ° o 1008/ 34 | 6 | 0.8 | 11°
(From semi-fmishing to frishing) | ZPMT100320ZER-PL | M e o | o 100834 | 6 | 20| 11°

15 —=210BAN T, 12U, MTEIBN7951F15—AMEAWU T, 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.
@ [ @ | X—H—7EER Standard stock items O : 3EETEER Soon to be stocked O FEENIFLIEDREFER Soon to be deleted }




JO0YSLER LOAERIKES
TYPE

Definition of flute shape for programming

AEMEARAERE MQT- - - - A03/A05 Holder

Fig.1 XPHW/TH XPHWIT type

Eﬁﬁﬁjﬁgfﬁﬁ%g
| Applicable inclin

" pDc (Ram3Er)

¢ Dc (Intersection of Ra)

© XPHW / TRA(EFRBF D%

ation angle 9 f

Accuracy of tool dia. with master insert 0~—0.03

// DIJET

Fig.2 YPHWHZ YPHW type

| ERTsHEN e

I Applicable inclination
angle6°

R0.3~R0.8

| S
|

GDC(6°ED3ER)

¢ Dc (Interection with 6 °)

o YPHWH:E AR} (MEF4AE: 3°, 5°) dDc~H%
Tool dia. with YPHW type inserts (Inclination angle : 3°, 5°)

EFTTRE ~ & (mm) Dimensions {EFTTRE Hfi&rgms)
tERAEe° 2 & (RN e & e
Applicabl Applicabl
incination Cat. o ®Dc | Ra | Rn incination Cat. o ¢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-M38 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
BE O°A{AEMAEF MQT-- - - A00 Holder
Fig.3 XPHW/TH Fig.3 XPHW/T type
| EATTREEN RO
i Applicable inclination angle®
€5
¢Dc
© XPHW / TRAEFRBF DR o YPHWH:E AR (BEHR) DDcYE
Accuracy of tool dia. with master insert 0~—0.03 Tool dia. with YPHW type inserts (Inclination angle : 0°)
EFTTRE ~ & (mm) Dimensions {EFATTRE Hfi&rgms)
Bsime | R B Fig TRRAOY B & Fig
Applicabl Applicabl
wpee | v | gpc | Ra | An e | oo | gD
angle 6° angle 6°
0°'~3° | MQT-2016A00-M8 | 16 |R63.27| 548 | 3 0° | MQT-2016A00-M8 16 —
0°~3" | MQT-4020A00-M10 | 20 |R64.29| 548 | 3 0° | MQT-4020A00-M10 | 20 | —
0°'~3° | MQT-5025A00-M12 | 25 |R63.26| 548 | 3 0° | MQT-5025A00-M12 | 25 | —
0°~3° | MQT-6035A00-M16 35 R62.16 | 5.48 3 0’ MQT-6035A00-M16 85 —

A A VY —hEXEDESPEDRICKIHLTRNRRVE T ERETSRIIEE N,
2. TERROFMICOERXLTIF. DXFI7 1 )L ZREWV LR T D TEAMER ZU——)L (TEL: 0120-39-81-39) FTHRENGHLELIZE W,
Note) 1. Shape of cutting edge is different depends on combination of inserts and holder. Please refer to the table above.
2. Regarding detail of the tool shape,we will provide DXF file so please contact our closest distributor.



{ERIEL LI A XPHT/WH I5E38iR1 Y —MEECIHISEM

Recommended cutting conditions for "XPHT/W-type inserts' (For tilted wall finishing)

Ouick & Mini

New generation high feed mill

SHEERQMTY YOI EIaS5—AYE / MQTHE + BE—# (T 15— NvRRAF—IVEBE+>277—)\) MQT and MSN type

e, TE&Z(mm) Tool dia.
15 Hll #4 H—k 16 20 20
Work materials | #4%& TEL No. ofteeth 2N HEL No. of teeth 3N HEL No. of teeth 4N
Grades (m€n) I N e A e s P - e
(ss%iﬁgsm Jcaots | ~55 | =1.5/<0.12/12,000/4,800 | ~70 | <15|<0.12] 9,600 3,840 | ~70 | <15 <0.12| 9,600 | 7,680
R o50nBLLT| XPHT [55~80| <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
(i%fggncsstgf;' P a0~105| <1.0/<0.10] 7.200| 2,880 [100~130] <10 <0.10 5.760 | 2,300 [100~130] =1.0 | <0.10 5,760 | 4,600
Below 250HB | (CX7%) 105~160 <1.0/<C0.10] 6,000] 2,400 [130~200 <1.0|<0.10| 4,800 | 1,920 |130~200 <1.0 |<0.10| 4,800 | 3,840
TE8 | jsoi5| ~55 | =15/<0.12|10,000| 4,000 | ~70 | =1.5|<0.12| 8,000 | 3,200 | ~70 | =1.5|<0.12| 8,000 | 6,400
oL YPHTR |55~80] =1.2|<0.10 7,500/ 3,000 [70~108] =1.2|<0.10] 6,000 | 2,400 [70~100) =12 |<0.10| 6,000 | 4,800
(1'23[13?3?3'379) ((CX75)” 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
Below 255HB 105~160| =1.0|/<C0.10| 5,000| 2,000 [130~200 <1.0 | <0.10| 4,000 | 1,600 [130~200| =1.0 |<0.10| 4,000 | 3,200
FTUN—R S ~55 | =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
o JG8015 | 55~g0| <1.0|<0.10| 6,800] 2,720 |10~100 =1.0/<0.10| 5,400 2,160 |10~100] =10/ <0.10| 5,400 4,320
(15/2'%'31’“;3'0) (XPHW)| 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
30-36HRC 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
FUN—RV$H ~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
%“é%"éﬁ%”ﬁ?é) jgﬁg;; 55~80| <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
(15/;%'?1§T§g'1) (XPHTF) | 80~105| =<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
38-43HRC 105~160| <0.6|<C0.10| 4,000| 1,600 [130~200 <0.6 <0.10| 3,200 | 1,280 [130~200| 0.6 |<0.10| 3,200 | 2,560
BEANGE ~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
%@Tfé\f.fgé) JC8015 | 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
H('q‘_rggggf’ ﬁi;;;gf' XPHWFZ | 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
42-52HRC 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
ok ~55 | <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
ﬁ;z(ngban[E);)uF ;Sﬁ\?\}; 55~80| <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
Gfeyfgg‘fgggf“m“ (XPHTFE) | 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
Below 300HB 105~160| <1.0|/<C0.10| 6,000| 3,000 [130~200 <1.0 | <0.10| 4,800 | 2,400 [130~200| =1.0 |<0.10| 4,800 | 4,800
- ~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
- ar(gggsHoé)uT i%ﬁ?}f 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
Stainless steel |(XPHWH)|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
Below 250HB 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
2:RELRZ, ap: iARDYNAALRE, Ge: FREAMOYNAAEE, N : TEOERE, Vi: FE)RE

2 : Overhung length, ap : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf{: Feed speed

ERHARATESE © XPHT/W #

Theoretical cusp hight : XPHT/

R EDEREIR

1) LEEDYIHISAF S MBS KD —IBIEIC U TR SV,

= (um = (um
Zﬂﬁﬁmf E L éjuszpi;i—mg_h(t—(glm)) dp(mm)
0.50 05 3.35 13
0.71 0.6 3.89 14
0.97 0.7 4.46 15
127 0.8 5.08 16
161 0.9 5.73 17
1.98 10 6.43 18
2.40 11 7.16 19
2.86 12 7.94 2.0

—J(YPHW:-F1 F2) ZTBERIEEL,

NOTE
1) The parameter to be adjusted according to the machine rigidity or worl

regidity.

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 47-53 (ZPMT * -PL type)
-page 54-72 (YPHW *-15/-F)
*page 78-82 (YPHW *-F1)

2)UUUHRELIBEF . dpB&Ufaez LR MIEL ) BEIL TS,
3) I7—JO— LKV TIREMEZITOTIIEE L,
4) YPHW3-15/-F/-F1 FZEB KU ZPMT-PL FZRSE3TIRA > 5 — MEFR DI

(& 47-53 R—T' (ZPMT*-PL ), 54-72 R—T (YPHW*-15/-F %), 78-82 X

2) In case of chatter occurring, recommend to reduce the depth of cut ap and



A oroET
fagEE £ R XPHT/WH A5%3ZRA 9 —MRELRISRSG
Recommended cutting conditions for "XPHT/W-type inserts' (For tilted wall finishing)

SHEERQMY YOI EJa5-—AYE / MQTHE + BE—# (T 15— \NvRRAZ—IVEBIE+>277—)\) MQT and MSN type

A TEZ(mm) Tool dia.
wHltF  |P—b 25 35
Work materials | #47& F#L No. ofteeth 5N F%% No. of teeth 6N
Grades 2 ap Qe n Vi 2 ap Qe n Vi
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min") (mm/min)

BREE | o | ~90 | =15 | <012 | 7640 | 7640 | ~120 | =15 | <012 | 5460 | 6550
(850, $55C) _| 50007 - <
X O50LBLLT povvﬁﬁ?) 90~125 | <12 | <010 | 5730 | 5730 |120~175| <12 | <010 | 4,100 | 4,920

C(%fggncsgg? ( 125~160| =10 | <0.10 | 4580 | 4580 |175~225 <10 | <0.10 | 3,280 3,940

Below 25018 | (X7 [160~250| <10 | <010 | 3820 | 3820 |225~320] <10 | <010 | 2730 | 3280

TE8 |05 ~90 | =15 | <012 | 6400 | 6400 | ~120 | =15 | <012 | 4550 | 5,460

SKD61, SKD11 2
Eé‘éE%HBL){")F ()?;’:VTV’*%) 90~125 | =12 | <0.0 | 4,800 | 4,800 |120~175| =12 | <010 | 3410 4,090

Die steel 125~160| =<1.0 | <0.10 3,840 3,840 [175~225| =10 | <0.10 2,730 3,280
(1.2344,1.2379) | (cx75)

Below 255HB 160~250 | =<1.0 | <0.10 | 3,200 | 3,200 |225~320| <1.0 | <010 | 2,280 2,740

FUN—RV5 ~90 <12 | <012 | 5730 | 5,730 ~120 | =12 | <012 | 4,00 4,910

HPM7,PX5,P20
%330_35%& g(gﬁ@r;; 90~125 | =1.0 | <010 | 4300 | 4300 |120~175| =10 | <0.10 | 3,070 3,680

(1'\/2'%'1(11“;3'0) (XPHWF)| 125~160 | =<0.8 | <0.10 | 3,440 | 3440 |175~225| =08 | <0.10 | 2,450 2,940
30-36HRC 160~250| =08 | <010 | 2870 | 2,870 [225~320] =0.8 | <0.10 | 2,050 2,460

TUN—Ri ~90 =1.0 <0.12 5,100 5,100 ~120 =10 | <0.12 3,640 4,370

NAK80,HPM1,P21
%§338_43HRC) ;gﬁ\%? 90~125 | =08 | <0.10 | 30830 | 30830 [120~175| =08 | <0.10 | 2,730 3,280

(1“/;(;]'?1“3;'1) (XPHT)|125~160 | =0.6 | <0.10 | 3,060 | 3,060 [175~225| =06 | <0.10 | 2,180 2,620
38-43HRC 160~250 | =06 | <0.10 | 2550 | 2,550 [225~320| =06 | <0.10 | 1,820 2,180

BN ~90 =1.0 <0.10 3,180 2,380 ~120 =10 | <0.10 2,280 2,050

SKD61,DAC,DHA
(E342_52HRC) Jc8015 | 90~125 | <08 | <008 | 2,380 | 1,780 [120~175| =08 | <0.08 | 1,710 | 1,540

Hardened die steel | XPHWFZ ,\, < ~ <
(1.2344.1.2379) 125~160| =0.6 <0.08 1,910 1,430 |175~225| =06 | <0.08 1,370 1,230

42-52HRC 160~250| =06 <0.08 1,590 1,190 |225~320| =06 | <0.08 1,140 1,030

Bk ~90 =5 <0.12 7,640 9,550 ~120 =15 | <012 5,460 8,190

FC,FCD
e JoB015 | 90~125 | <12 | <010 | 5730 | 7160 |120~175| <12 | <00 | 4100 | 6150

ey Moo 100 (HTF) | 125~160 | 1.0 | <010 | 4580 | 5720 |175~225 <10 | <0.10 | 3280 | 4920
Below 300HB 160~250 =10 | <010 | 3820 | 4780 |225~320] =10 | <010 | 2730 | 4,100
~ < — -

2F VU 90 | =12 | <012 | 6400 | 6,400 120 | <12 | <012 | 4550 | 5460
(SUS304) | JOBOS | go~125 | <10 | <010 | 4,800 | 4,800 [120~175| <10 | <010 | 3410 | 4090
FES250HBIL | XPHTFY
Stainless steel  |(XPHWA)[125~160 | =0.8 <0.10 3,840 3,840 [175~225| =0.8 <0.10 2730 3.280
Pelow 2508 160~250| <08 | <0.10 | 3200 | 3200 |225~320) <08 | <010 | 2280 | 2740

2 RELRE, ap: BIARDYHAHRE, Ge: FEAMDELAHRE, n: TEEERE, Vi FE)RE
2 : Overhung length, &p : Axial depth of cut, &e : Radial depth of cut, N : Spindle speed, Vf: Feed speed

BFHRATEE : XPHT/W 2  Theoretical cusp hight : XPHT/

HRATEE (um) a HRATEE (um) a ﬁﬁi_J:@}H‘E’E\;IE . B ~ .
Cusp height (um) Pmm) Cusp height (um) Pmm) 1) EEROYIHISRA RIS KO0 —IBIMICEU TREL RSV,
0.50 05 335 13 D VVUNRELIEEE, apB LUiaes EEMEKIBE LTI,
071 06 3.89 14 3) TP~ O—IC &I THAEIMBE(T TS e
0.97 07 446 15 4) YPHW3-15/-F/-F1 FEES KU ZPMT-PL FER SR > 5 — MERDIZAELIHISR

& 47-53 R—T (ZPMT*-PLFZ). 54-72 R—IJ (YPHW=*-15/-F fi£) . 78-82 X

1.27 0.8 5.08 1.6 — 9 (YPHWF1 ) BT BRI N,
1.61 0.9 5.73 1.7 NOTE
;Zg ::? ?;‘g 12 1) The parameter to be adjusted according to the machine rigidity or worl
. . . . idity.
286 12 7.94 20 2) :ﬁ%alsg 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 47-53 (ZPMT * -PL type)
-page 54-72 (YPHW > -15/-F)
*page 78-82 (YPHW *-F1)
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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.
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