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IE]]7= S 3 SHOULDER SIX

¥ R Features of product
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Indexable shoulder milling cutter "SHOULDER 6" EXSIX type have high rigidity 6 corners insert.

® ZA{EAZIR Feature of body
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EXSIX have excellent chip removal rate and high rigidity body .
Max depth of cut (ap)=10mm is possible,
EXSIX are usabele for wide applications such as face milling, slotting and plunging.
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Arc-geometry on the periphery cutting edge
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Due to arc-geometry on the periphery cutting edge,
cusp height can be smaller even in case of large ap and

achieve high efficient & high precision machining
for vertical wall.
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Positive axial rake angle
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Due to unique 3D insert shape, axial rake angle is
positive, therefore EXSIX achieve low cutting force.
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HEEH (kW) Power consumption
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® (25 —PMAZIK Feature of insert
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2 Economical double-side insert(6 corners).
. 7.5 mm thic vides high rigidity, enabling stable machining for roughing.
Corner R .8 & R1.6.
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e <JC8050> for General steel and Mold steel less than 35HRC.
Insert grdde <JC8118> for Cast iron and High hardened die steel less than 50HRC.
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Discrimination mark

mﬁ’ﬂ;ﬁ'ﬁi*ﬁ Fracture resistance mﬁ@%%’ﬁi*ﬁ Wear resistance
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EFAEE Jcs118 [ Jcs11s__ | | : JC8118 Jcs118
Applicable H H H H

range 3 g JC8050 - [Jcsoso
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Material : C50 Competi%rM aﬁﬁ.ﬁm 1.2times vand Material : P20
@I E1E Tooldia.: ¢63 longer | O@TERTool dia. : ¢ 63
@EIRIRSE Cutting conditions : N=910(min™), ) . T @IS Cutting conditions:

Ve=180(m/min), fz=0.3m/t Sismmslmyrmitin i N=750(min"",

Z2FHU Overhung length : [=140mm --'. o Vc=148(m/min),

S92 Av b Down cut fz=0.3(mm/t)
S92 Awk Down cut

BYIAA. EYAARENDELS TS
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Achieved low cutting force under both 56 75 94
cutting conditions. YIEIK (m) Cutting length
Especially at small ap cutting condition,

cutting force is reduced more compared M*ith:”g WK (4a—F 41 7) k1 21%0%‘%7‘77’&15&

with the other cutters. - . ) ) ) " ) )
EXSIX achieved 3 times longer tool life compared with Competitor M, and 1.2 times longer compared with Conventional tool.

RAEIFEERESR (mm) Maxflank wear




SHOULDER SIX

£l Hl 4 g Cutting performance

@ E4HELEER Surface roughness comparison
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Achieve good surface roughness due to improved chip removal rate at
vertical wall and bottom face machining. In addition, achieved better

surface roughness of bottom face by

wiper cutting edge.
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Shoulder SIX ) C Competltor M
#Hl : S50C
Material : C50

@I E Tooldia.: $63

@tTHIZ 4 Cutting conditions :
N=910(min-"), Vc=180(m/min), fz=0.3(mm/t),
ap=3mm, ae=40mm
S92 AY s Down cut
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@ L#tHEkRa Conventional tool
1 @ M #t Competitor M
; ||
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HIDFEL Remainse— —BUMAZ (um) Over cut
BEOMIHEE (um)

Cutting accuracy of the wall

70

/ﬁﬁﬂﬂ : S50C h

Material : C50

O@ILER:¢63
Tool dia.

@UJHIE M
Cutting conditions :
N=910(min-"), Vc=180(m/min),
fz=0.3(mm/t), ap=3mm, ae=40mm
S92 AY s Down cut
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Positive axial rake angle improved chip removal rate.
Arc-geometry on the periphery cutting edge achieved high
precision machining.
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@I THELLES Surface roughness comparison
32)V4—6 Shoulder SIX M#t Competitor M

IERF

Good surface roughness!

@I ZEH Cutting data

TLREE stamping die
FC250
EXSIX-4050R-22
YCMUO90708ZER-PM(JC8118)
800 (min™)
126 (m/min)

800  (mm/min)

0.25 (mm/1)
. o
BNTICBVTHIEMMEN SV 0. BEOYUL T o
BEHE160cm*/minZXRIR, Fle. 4 VY —bRUTRL 50  (mm)

B8R < RE LN I H T RE,
Even in slotting, dueqtolhigh rigidity, EXSIX achieved extremely excellent chip PEEIMC Double column type MC
removal rate 160cm3¥/min.

I770—(REE) Airblow(internal)

Also EXSIX enable stable machining without damaging the insert and screws.
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Facemill type
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Through coolant hole
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Q@ AKX Body
~tiZ (mm) Dimensions SRS A —h
2 Applicable
1 73 F—NEt L 2| eere
7 Catho. e | UH / I\JSEEttbtﬁtl\T) b (kg) | Fig. N
= Stock [ No.of | ¢Dc | Lt | ¢Db | ¢d | ¢d1 | a b 2 Weight
@ inserts ( A
=)
EXSIX-4050R22| @ @ 4 50 | 40 | 47 |22 14 | 104 | 63| 20 |MIOX15X25% *ﬁ@ﬁgff:% 0.33] 1
il
EXSIX-4052R-22| * | 4 | 52 | 40 | 47 |22 | 14 104 | 63| 20 |mtoxtsxesk " PN 035 1
x| EXSIX-5063R22| @ 5 63 | 40 | 50 |22 17 | 104 | 63| 20 M10 050| 1
=
g% EXSIX-5066R-22| v | 5 66 | 40 | 50 |22 17 | 104 | 63| 20 M10 053] 1
) NABNTERIV
24 | EXSIX-6080R-27 | @ 6 80 | 50 | 56 |27 20 [124 | 7 | 22 |M12x1.75%30% "%jfg;;% Moogs| 1
= 8
A |EXSIX-7100R-32| @ 7 | 100 | 50 | 85 |32 26 |14.4 | 8 25 | Mi6Xox30% | eadcapscrew | 4 gg)
VIS standard) YCMUOY07*ZER-PM
EXSIX-8125R-40| @ 8 | 125 | 63 | 100 |40 32 [164 | 9 | 32 |M20X25X40% 362 1
EXSIX-9160R-40| @ 9 | 160 | 63 | 100 |40 60 |164 | 9 | 35 M20 467| 2
7 | EXSIX-6080R ® 6 80 | 50 | 56 |254 | 20 | 95| 6 | 24 |[MI2X1.75%30% 095/ 1
_ & NENFERIVN
2 1 | EXSIX-7100R ® 7 | 100 | 63 | 85 |31.75| 26 |127 | 8 | 32 |MI6X2X40% | (yisigig) | 240 1
e
S 7 | EXSIX-8125R ® | 5 |125| 70 | 100 |81 | 32 | 159 | 10 | 38 |voox2sxaon| oSSl qq]
S ? - : . (JIS standard) -
2 | EXSIX-9160R ® 9 | 160 | 63 | 100 [50.8 | 85 |19 | 11 38 M20 400 2

@:X——TEEEE Standard stock items
BB E G (E 108 ~2BRIF2E) Stock in Europe. (14 days delivery upon ordering)

)1 KA VP —NMIRIAATHIEE Ao

2. *ENFY A RIEEDI=. 7 —NAEYMRILMEHBUTEVE T ZOMICDEXL TR 7—NFFEOMBRILNETERLREE V.
3. LYFRUT SV TRUBEAERLER (MOLY) [FAFICHBULLEE A (BIFE) . BIEBRHL T,

Note) 1. All cutters are supplied without inserts.
2. % mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.
3. All cutters are supplied without wrench & MOLY.

EB & Parts
75> Thl L>F Wrench
Clamp screw (B8 not be included)
D) 957U HEERLY (N-m)
/ Clamp screw Recommended torque
CSW-513H A-20 CSW-513H 5.5
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QXA Y —b Insert

@ X——7ERER standard stock items
17 —Z10BAUTY, 10inserts per case.

4 N
o A — h@%&bﬂﬂ?—ﬂ IC D UYT Discrimination of grade for insert.

MEQO—FT4V 7 TELA VY- REDY—IDRRIE T, TERDKEICIETHRLZE L,

Each grade shows discrimination mark on the insert surface.

MERA<—7
Discrimination mark
of insert grade

JC8050 Jcsn1s




SHOULDER SIX

1R ECDHISK 4 ( B HIY ) Recommended cutting conditions for shoulder milling

07!'3794’7754'7\ Facemill type

1,270 1,520 | ~100 1,010 1,770

150 ~8.0 ~30 1,150 1,150 150 ~8.0 ~30 910 1,370
200 ~7.0 ~20 1,020 820 200 ~7.0 ~20 810 1,010
~100 ~C0 ~45 1,150 1,380 | ~100 ~9.0 ~45 910 1,590
150 ~8.0 ~30 1,020 1,020 150 ~8.0 ~30 810 1,220
200 ~70) ~20 890 710 200 =7 {0 ~20 710 890
~100 ~9.0 ~45 1,270 1,620 | ~100 ~9.0 ~45 1,010 1,770
150 ~8.0 ~30 1,150 1,150 150 ~8.0 ~30 910 1,370
200 ~7.0 ~20 1,020 820 200 ~7.0 ~20 810 1,010
~100 ~9[0) ~45 950 1,140 | ~100 =E)(0) ~45 760 1,330
150 ~8.0 ~30 860 860 150 ~8.0 ~30 680 1,020
200 ~7 0 ~20 760 610 200 ~7.0 ~2(0) 610 760
~100 ~9.0 ~30 760 760 | ~100 ~9.0 ~30 610 760
150 ~8.0 ~25 670 540 150 ~8.0 ~25 530 530
200 ~7.0 ~15 570 340 200 ~7.0 ~15 450 340
~100 ~C0 ~7205 640 510 | ~100 ~9.0 ~25 510 510
150 ~8.0 ~iB 570 340 150 ~8.0 ~15 450 340
200 ~70) =g 510 200 200 ~7{0) ~8 400 200
~100 ~9.0 ~45 1,590 1,910 | ~100 ~9.0 ~45 1,260 2,210
150 ~8.0 ~30 1,460 1,460 150 ~8.0 ~30 1,160 1,740
200 ~7.0 ~20 1,340 1,070 200 ~7.0 ~20 1,060 1,330
~100 ~G)0 ~45 950 950 | ~100 ~Q[0) ~45 760 1,140
150 ~8.0 ~30 830 660 150 ~8.0 ~30 660 830
200 ~7.0 ~20 700 420 200 ~7.0 ~20 560 560
~100 ~9.0 ~45 760 610 | ~100 ~9.0 ~45 610 610
150 ~8.0 ~30 700 420 150 ~8.0 ~30 560 420
200 ~7.0 ~20 640 260 200 ~7.0 ~20 510 260
~100 ~E0 ~45 1,150 1,150 | ~100 ~9.0 ~45 910 1,370
150 ~8.0 ~30 1,020 820 150 ~8.0 ~30 810 1,010
200 ~7.0 ~20 890 530 200 ~7{0) ~20 710 710

£ : BEURSE Overhung length - ap : B5TIDEIAFRS Axial depth of cut  8e : HERFEIDEBAFFRE Radial depth of cut 1 : TEDERRE Spindle speed Vi EUERE Feed speed

EREDIRER Note:
"1 .J-:EE'UJ@JHIJ%MLﬁ%ﬁIilll'ti25&1)"7—?%']1&&:)7‘61}‘(%5%053\,\o *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNRELBE I THAHRIE ERBELVHEL TR, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVIE)REE T TTEALLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHMBHRRDBE I, ETTHAARIEEL TLESV RICNBLUVET I TERALES L, Feed speed.
“4.117'7'1:1—t:J:')’dJU(fl@ﬁﬂiﬁ&ﬁaﬂf:‘éw S L THMCTOX +ET A I T TIRAIVCTIZIC *4. Use air blow.
EBLEE,



07!'?794’77541 Facemill type

800

1,680

~100

/ DIJET

640

1,570

150 ~8.0 ~30 720 1,300 150 ~8.0 ~30 570 1,200
200 ~7.0 ~20 640 960 200 ~7.0 ~20 510 890
~100 ~9.0 ~45 720 1,510 | ~100 ~9.0 ~45 570 1,400
150 ~8.0 ~30 640 1,150 150 ~8.0 ~30 510 1,070
200 ~7.0 ~20) 560 840 200 ~7.0 ~20 450 790
~100 ~9.0 ~45 800 1,680 | ~100 ~9.0 ~45 640 1,570
150 ~8.0 ~30 720 1,300 150 ~8.0 ~30 570 1,200
200 ~7.0 ~20 640 960 200 ~7.0 ~20 510 890
~100 ~9.0 ~45 600 1,260 [ ~100 ~9.0 ~45 480 1,180
150 ~E}(0) ~30 540 970 150 ~8.0 ~30 430 900
200 =740 ~20 480 720 200 ~7.0 ~20 380 670
~100 ~9.0 ~30 480 720 | ~100 ~9.0 ~30 380 670
150 ~8.0 ~25 420 500 150 ~8.0 ~25 330 460
200 ~7.0 ~15 360 320 200 ~7.0 ~15 290 300
~100 ~9.0 ~25 400 480 | ~100 ~9.0 ~25 320 450
150 ~8.0 ~i|B 360 320 150 ~8.0 ~15 290 300
200 ~7.0 =48 320 190 200 ~7{0) g 250 180
~100 ~9.0 ~45 990 2,080 | ~100 ~9.0 ~45 800 1,960
150 ~8.0 ~30 920 1,660 150 ~8.0 ~30 730 1,530
200 ~7.0 ~20 840 1,260 200 ~7.0 ~20 670 1,170
~100 ~E)(0) ~45 600 1,080 [ ~100 ~9.0 ~45 480 1,010
150 ~8.0 ~30 520 780 150 ~8.0 ~30 410 720
200 ~7.0 ~20 440 530 200 ~7.0 ~20 350 490
~100 ~9.0 ~45 480 580 | ~100 ~9.0 ~45 380 530
150 ~8.0 ~30 440 400 150 ~8.0 ~30 350 370
200 ~7.0 ~20 400 240 200 ~7.0 ~20 320 220
~100 ~9.0 ~45 720 1,300 | ~100 ~9.0 ~45 570 1,200
150 ~8.0 ~30 640 960 150 ~8.0 ~30 510 890
200 ~7.0 ~2(0) 560 670 200 ~7{0 ~20 450 630

£ : BHBURE Overhung length  a@p : BIATEIDYIAFHRES Axial depth of cut

#EREDIEER

1. ERROTMHEIR G RN S LU —IBIMEICIEC TGRECES W,

2UVOVUNRELIBE I NAHRSE LERBIEL)HERL TS,
HBVGEEEET U CIEALLESN,

ae: FEAEDYBAHRS Radial depth of cut 1 : TEOEHRE Spindle speed Vi1 3RURE Feed speed

BEMBNOTROBE L, EFEHASRIFEZL TAESW RICNBLUVE T TERLES,

*4.T7 70— LW RREMIBE T 5> TSV AFIS L TIHMC TOF +E T I T TN CFRIBIC

ERELEEG,

*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.



SHOULDER SIX

1R ECDHISK G ( B HIY ) Recommended cutting conditions for shoulder milling

07!'3794’7754'7\ Facemill type

~100
150 ~8.0 ~30 460 1,100 150 ~8.0 ~30 360 970
200 ~7.0 ~20 410 820 200 ~7.0 ~20 320 720
~100 =~E)(0) ~45 460 1,290 | ~100 ~9.0 ~45 360 1,130
150 ~8.0 ~30 410 980 150 ~8.0 ~30 320 860
200 ~7.0 ~20 360 720 200 ~7{0) ~20 280 630
~100 ~9.0 ~45 510 1,430 | ~100 ~9.0 ~45 400 1,260
150 ~8.0 ~30 460 1,100 150 ~8.0 ~30 360 970
200 ~7.0 ~20 410 820 200 ~7.0 ~20 320 720
~100 ~8)0 ~45 380 1,060 | ~100 ~9.0 ~45 300 950
150 ~8.0 ~30 340 820 150 ~8.0 ~30 270 730
200 ~7.0 ~20 310 620 200 ~7.0 ~2(0) 240 540
~100 ~9.0 ~30 310 620 | ~100 ~9.0 ~30 240 540
150 ~8.0 ~25 270 430 150 ~8.0 ~25 210 380
200 ~7.0 ~15 230 280 200 ~7.0 ~15 180 240
~100 =E)(0) ~25 250 400 | ~100 ~9.0 ~25 200 360
150 ~8.0 ~i|B 230 280 150 ~8.0 ~15 180 240
200 ~7 {0 g 200 160 200 =70 ~8 160 140
~100 ~9.0 ~45 640 1,790 | ~100 ~9.0 ~45 500 1,580
150 ~8.0 ~30 590 1,420 150 ~8.0 ~30 460 1,240
200 ~7.0 ~20 530 1,060 200 ~7.0 ~20 420 950
~100 ~9.0 ~45 380 910 | ~100 ~E)0) ~45 300 810
150 ~8.0 ~30 330 660 150 ~8.0 ~30 260 590
200 ~7.0 ~20 280 450 200 ~7.0 ~20 220 400
~100 ~9.0 ~45 310 500 | ~100 ~9.0 ~45 240 430
150 ~8.0 ~30 280 340 150 ~8.0 ~30 220 300
200 ~7.0 ~20 250 200 200 ~7.0 ~20 200 180
~100 =~E)(0) ~45 460 1,100 | ~100 ~9.0 ~45 360 970
150 ~8.0 ~30 410 820 150 ~8.0 ~30 320 720
200 ~740) ~2(0) 360 580 200 ~7.0 ~20 280 500

£ : BEURSE Overhung length  ap : B5TIDEIAFRS Axial depth of cut  8e : HERFEIDYBAFFRE Radial depth of cut 1 : TEDERRE Spindle speed Vi EUERE Feed speed

EREDIRER Note:
"1 .J-:EE'UJ@JHIJ%MLﬁ%ﬁIilll'ti25&1)"7—?%']1&&:)7‘61}‘(%5%053\,\o *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNRELBE I THAHRIE ERBELVHEL TR, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVIE)REE T TTEALLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*BHMBHRRDBE I, ETTHAARIEEL TLESV RICNBLUVET I TERALES L, Feed speed.
“4.117'7'1:1—t:J:')’dJU(fl@ﬁﬂiﬁ&ﬁaﬂf:‘éw S L THMCTOX +ET A I T TIRAIVCTIZIC *4. Use air blow.
EBLEE,
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1R EE D HISR ( EHIY ) Recommended cutting conditions for face milling

07!'?794’77541 Facemill type

~2{0)

300 ~1.5 (=20 450 180 300 ~15 |~32 350 180
~150 ~6.0 | ~1.0Dc| 1,150 1,380 | ~150 ~6.0 ~1.0Dc| 910 1,590
200 ~4.0 |~40 950 950 200 ~4.0 |~55 760 1,140
300 ~2.0 |~30 830 660 300 ~2.0 |~40 660 830
~150 ~40 | ~1.0Dc 830 830 | ~150 ~4.0 ~1.0Dc| 660 990
200 ~3.0 |[~40 760 610 200 ~30 |~55 610 760
300 ~2.0 [~30 700 420 300 ~20 |~40 560 560
~150 ~4.0 |~40 700 560 | ~150 ~4.0 |~55 560 560
200 ~3.0 |~30 640 380 200 ~3.0 |~40 510 380
300 ~2.0 |[~20 570 230 300 ~20 |~32 450 230
~150 ~4.0 | ~1.0Dc 950 950 | ~150 ~4.0 ~1.0Dc| 760 1,140
200 ~3.0 |~40 830 660 200 ~30 (=55 660 830
300 ~2.0 [~30 700 420 300 ~2.0 |~40 560 560

£ : BHEURE Overhung length  ap : BATIDEBAFFRS Axial depth of cut - 8e 1 HRFEDEBAFHRE Radial depth of cut 1 : TEDERRE Spindle speed Vi 3EUEE Feed speed

#EREDIEER Note:
1. LR OPHISEME BB S LT - BIICIEU TREC S, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNHFRELHE I THAARSE LR HELIHRL TR, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVNEE)REET I TTEREE, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEBBNTEDHE I, ETAARIEZLTLESV RICNB LV VIET I TEB LS, Feed speed.
4.7 TO—CEN IO TIREIIBEST > TUEV BT L THMC TOH vET (T TR TS *4. Use air blow.
EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.
5B TR R REEAFEN B RMHFRD50% U T TMILTLEEL, *6. Ramping & helical interpolation is not recommended.

6.7 EL T RUAUAIII T RN LES A,



SHOULDER SIX

1R ECDHISK (E'Z EHIY ) Recommended cutting conditions for face milling

07!'3794’7754'7\ Facemill type

600 1,260 | ~150 480
200 ~3.0 ~65 520 940 200 ~3.0 ~80 410 720
300 ~2.0 ~50 440 660 300 ~2.0 ~60 350 490
~150 ~4.0 ~80 600 1,260 | ~150 ~4.0 ~100 480 1,010
200 ~3.0 ~65 520 940 200 ~3.0 ~80 410 720
300 ~2{0) =50 440 660 300 ~2.0 ~60 350 490
~150 ~4.0 ~80 600 1,080 | ~150 ~4.0 ~100 480 840
200 ~3.0 ~65 520 780 200 ~3.0 ~80 410 570
300 ~2.0 ~50 440 530 300 ~2.0 ~60 350 370
~150 ~4.0 ~80 520 940 | ~150 ~4.0 ~100 410 720
200 ~3.0 ~65 480 720 200 ~3.0 ~80 380 530
300 ~72{0 ~50 440 530 300 ~2.0 ~60 350 370
~150 ~3.0 ~80 440 660 | ~150 ~3.0 ~100 350 490
200 ~25 ~65 400 480 200 ~2.5 ~80 320 340
300 ~1.5 ~50 360 320 300 ~1.5 ~60 290 200
~150 =~2.5 ~65 360 430 | ~150 ~25 ~80 290 300
200 ~2.0 =50 320 290 200 ~2.0 ~60 250 180
300 =~ 45 ~E5 280 170 300 =15 ~40 220 150
~150 ~6.0 ~80 720 1,510 | ~150 ~6.0 ~100 570 1,200
200 ~4.0 ~65 600 1,080 200 ~4.0 ~80 480 840
300 ~2.0 ~50 520 780 300 ~2.0 ~60 410 570
~150 ~4.0 ~80 520 940 | ~150 ~4.0 ~100 410 720
200 ~3.0 ~65 480 720 200 ~3.0 ~80 380 530
300 ~72{0) ~50 440 530 300 ~2.0 ~60 350 370
~150 ~4.0 ~65 440 530 | ~150 ~4.0 ~80 350 370
200 ~3.0 ~50 400 360 200 ~3.0 ~60 320 220
300 ~2.0 ~35 360 220 300 ~2.0 ~40 290 200
~150 ~4.0 ~80 600 1,080 | ~150 ~4.0 ~100 480 840
200 ~3.0 565 520 780 200 ~3.0 ~80 410 570
300 =20 50 440 530 300 ~2.0 ~60 350 370

£ : BEURSE Overhung length  ap : B5TIDEIAFRS Axial depth of cut  8e : HERFEIDYBAFFRE Radial depth of cut 1 : TEDERRE Spindle speed Vi EUERE Feed speed

EREDIRER Note:

"1 .J-:EE'UJ@JHIJ%MLﬁ%ﬁIilll'ti2:‘&1)"7—?&“1&&:)7‘51}‘(%5%053\,\o *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUVYNRELBE I THAHRIE ERBELVHEL TR, *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVIE)REE T TTEALLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

*BHMBHRRDBE I, ETTHAARIEEL TLESV RICNBLUVET I TERALES L, Feed speed.

4. TP IO LT RREIZETT > TSV B L TIMC TOF rET I T TN FAIBIC *4. Use air blow.
EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.

*5. NN TR RV REEIREGNEIRFRNDE0% LT THNIL TS, *6. Ramping & helical interpolation is not recommended.

6.7 EL T RUAUDIVINT 3RV LEL Ao
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/ DIJET

°7ﬁ‘79’l’7°7541 Facemill type

~4.0
200 ~3.0 ~100 310 500 200 ~3.0 ~130 240 430
300 ~2.0 ~75 280 340 300 ~2.0 ~95 220 300
~150 ~3.0 ~125 280 450 | ~150 ~3.0 ~160 220 400
200 ~25 ~100 250 300 200 ~2.5 ~130 200 270
300 ~1.5 ~75 230 180 300 ~1.5 ~95 180 160
~150 ~2.5 ~100 230 280 | ~150 ~2f5 ~130 180 240
200 ~2.0 7D 200 160 200 ~2.0 ~95 160 140
300 ~1.5 ~50 180 140 300 ~1.5 ~60 140 130
~150 ~6.0 ~125 460 1,100 | ~150 ~6.0 ~160 360 970
200 ~4.0 ~100 380 760 200 ~4.0 ~130 300 680
300 ~2.0 ~75 330 530 300 ~2.0 ~95 260 470
~150 ~4.0 ~125 330 660 | ~150 ~4.0 ~160 260 590
200 ~3.0 ~100 310 500 200 ~3.0 ~130 240 430
300 ~2.0 ~75 280 340 300 ~2.0 ~95 220 300
~150 ~4.0 ~100 280 340 | ~150 ~4.0 ~130 220 300
200 ~3.0 ~75 250 200 200 ~3.0 ~95 200 180
300 ~2.0 ~50 230 180 300 ~2.0 ~60 180 160
~150 ~4.0 ~i25 380 760 | ~150 ~4.0 ~160 300 680
200 ~3.0 ~100 330 530 200 ~3.0 ~130 260 470
300 ~2.0 =S 280 340 300 ~2{0) 295 220 300

£ : BHEURE Overhung length  ap : BATIDEBAFFRS Axial depth of cut - 8e 1 HRFEDEBAFHRE Radial depth of cut 1 : TEDERRE Spindle speed Vi 3EUEE Feed speed

#EREDIEER Note:
1. LR OPHISEME BB S LT - BIICIEU TREC S, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUNHFRELHE I THAARSE LR HELIHRL TR, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
HBVNEE)REET I TTEREE, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
BEBBNTEDHE I, ETYNAARIEZLTLESV RICNB LV VIET I TEA LSV, Feed speed.
4.7 TO—CEN IO TRREIIBEST > TUEW BT L THMC TR vET (T TR TS *4. Use air blow.
EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above date.
5B TR R REEAFE B RMHRD50% LU T TMILTLEEL, *6. Ramping & helical interpolation is not recommended.

6.7 EL T RUAUAIIIT RN LES A,
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SHOULDER SIX

1R EE D HI SR (%"& ST ) Recommended cutting conditions for plunge milling

OTI'K‘7947°754Z Facemill type

ERELDEIREER

1. EEROLIHISAFE BN S LO7— I BIMIC IS TRE LI,

RUVWPRELIBE R AR RSE ERBIELVDERL TS,
HBVGEEEET U CIHEALIY,

BREBHTREDHERETIHAARSE R TSV RICNB LUV T TS,

*4. 177 O—CEWGINTRRELIRE (T - TSV S L TEMC TOF vEF I T TREIVSTRIBIC
EBLLEG,

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 dose not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

*4. Use air blow.
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SHOULDER SIX

for high efficient shoulder milling with six corners

EXSIX7
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IMDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, No0.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, M1 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

SHTER Lo ) v vsy—
https://www.dijet.co.jp 0120-39-81-39 ‘iioors iz

9:00~12:00. 13:00~17:00 (£ -H-#BE%ZFR<)

SERALOER TasR2cTERVRRLIDIC
O TELNFIHIRMA CEALBV T RE N @KEREFEPRIIDH R TERFERALBV TS,
Ot T DREL BEMNECRBTAICTERELREE V. X RERFELRENN—ZETEALEE L,
. *Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
WARNING: h ) o - 5 f
«Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

O LEARI . URDIEHFERLKEET B ENHET, Specification shall be changed without notice.
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