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Indexable cutter “SHOULDER EXTREME" EXSAP / MSX type,

achieved high efficient & high precision shoulder milling.

A mYHAHSE(ap) MERAT5Mmexz<mn,
FEAID-EEID- TSV INITRERLVEE CHERTEE.
Max. depth of cut (ap)=15mm is possible.

EXSAP / MSX are usable for wide applications r- =2
such as face milling, slotting and plunging. (247
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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 achieved high efficient & high
precision machining for vertical wall.
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Economical double-side insert (4 corners). Corner R size is R0.4, R0.8 & R1.6.

Due to high precision G class periphery grinding,
applicable to not only roughing process but semi-finishing process.

SV BT SR
Periphery grinding

Double-side usable!
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Adopted low cutting force 3D chipbreaker insert with strong edge.
Due to unique clamp system possible to mount insert strongly,
achieved high efficient machining in roughing.
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2 insert grades are available: PVD coated grade “JC8050” achieved both fracture toughness
and wear resistance.

PVD coated grade “JC8118" provided high versatility and can be widely applied such as general
& mold steel and high hardened die steel less than 50HRC.
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t7] Hl 1% g€ Cutting performance
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Tool life comparison (for roughing)

=T
FoEYT B#t competitor B Atk competitor A DIJET

GRS BB — k) GRAYT—N)  (GRAYT— )
= nsert K class nsert G class nsert G class
. Insert K cl Insert G cl . Insert G cl
e 0.40 I I I | I I I | I / \
E 0 35 ! | | 1 ! | | ! 1 HEIIM: PX5 (on)
= . ’ | | I I | | I [ | Material
I 5 0.30 A — ®TE=E: ¢50mm
% = 025 : : : : : : : | : Tool dia
i z 0.20 ’ ! ! ! : T =N\ | (A V5 — MTE Insert grade
!'E % ¢ ! ' | ‘ AL D215 2 times longer tool life. JC8118)
5= 8'15’( ; — T T T r\ ODHIR
o T n I utting conditions -
K oo’ L :t tw‘ B*i@p.Sﬁ% 9.5 times longer tool ife. ‘[ | Ve=150m/min, fz=0.3mm/t,
m ' [ | | ; : : : : : ” ap=15mm, ae=3mm
0 ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ TNICTHII Test by one insert,
0 10 20 30 40 50 60 70 80 90 100 UP & DOWN CUT,
I777'0— Airblow

MIEFE(M) cutting length At B#t DIJET \

Competitor A Competitor B
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Insert conditions

Cutting length
- o > A >
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Competitor A 4 ___.,-'
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Competitor B
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Possible to stable roughing!
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Surface roughness comparison (for semi-finishing)

@ FBHIDINI Shoulder milling

BEHhE
E#%Ra | EMEERz
(B0mmM) | ey | GEWHE)

Deflection (vertical wall) R R
{height: 30mm) Feed direction Feed direction

6um 047um | 292um
(%) YvvV = Ra=1.6um Rz=6.3um

/

#Hl# : HPM-MAGIC (P20) N

Material

@I ER: ¢25mm
Tool dia.
(o > — BA4FE Insert grade
JC8050)

[ IEIESES

Cutting conditions *
Vc=250m/min, fz=0.15mm/t,
ap=3mm, ae=0.2mm.

A W, 2NIZTHIL Test by two insert,
a DOWN CUT,

VY bANIVOIMI A eIEE! 9 I 7 70— Airblow )

Possible to high precision machining at V ¥/ V/ level!

MIEBHLE

Cutting height

35mm

(@B : HPM-MAGIC (P20) )

Material

@I ER: ¢50mm
Tool dia.
(«A > 5— BM7E Insert grade :
JC8118)

O@tHISR
Cutting conditions -
Vc=180m/min, fz=0.1mm/t,
ap=3mm, ae=35mm.
TNICTHII Testby oneinsert,
DOWN CUT.

\_ I 7 70— Airblow Y,

B MIERF

Good surface roughness!
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Facemill type

Line up
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Through coolant hole
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SHOULDER EXTREME

~Fi& (mm) Dimensions SIS A —k
? % =8 inserts
Z . & SEJE ,\?mf T—INEEybRIVE ke)
= t. No. tock 0.0 < —
= &5 e 0K e | #Dc | Lt | Db | ¢d | et | a b 2 Set bolt Weight WaR)
EXSAP-4050R-22 [ J 4 50 | 40 47 | 22 17 104 | 6.3 20 M10 0.38
N
= % EXSAP-5050R-22 [ J 5 50 | 40 47 | 22 17 104 | 6.3 20 M10 RETAEHILL 0.38
=3 (JISHRHE) ZNGU1709**
1
;"“ 4 EXSAP-5052R-22 | +¢ 5 52 | 40 47 | 22 | 17 | 104 | 63 | 20 M10 Head cap screw 0.41 ZER-PM
© 1| EXSAP5063R-22 | ® | 5 | 63| 40 | 50 | 22 | 17 | 104 | 63 | 19 M10 WIS Standard) | 0,58
EXSAP-7080R-27 [ ] 7 80 | 50 56 | 27 20 124 | 7 24 |M12x1.75X30% 1.09
@: A—H—FERERR Standard stock items
YeBMEXDZ B & (WHA 1 OB ~2BRITERE) Stock in Europe. (14 days delivery upon ordering) _
) 1. BKICA VY —NEHEBAR THYE R Ao 97>THhl H#32MLT (N-m)
2. FAEICLYFBEVT 5V TRUBE A ERHLER (MOLY) BIBULTBUFEE A (BIFE) o Clamp screw Recommended torque
3. KENF YA RIEEDIH, 7— /Ny MRIVNERBLUTEVET . ZOMICDEHELTIE, 7 —N\FFORBRIL N ERALIEE L,
Note) 1. All cutters are supplied without inserts. TSW-410H 3.5

2. All cutters are supplied without wrench & MOLY.
3. % 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.

EBem Parts

L>F Wrench
(B5% not be included)

A

A-15T

9571 Clamp screw

&

TSW-410H

-
G-Body;

Cffect is much improved.

M (CEN TR S+ REOGNLE(C K REES65HRCY EE/TEEN DAEFICBFAIME T AR S LU T EHH
ZEHEREEE30% L L7y 7 BRI TR ICORIZEFRBLE T S YIVK T DBE. SEOFKEZE T 2HRDHIET

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

~
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Modular head type

G-Boady;

o X7 Body
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Through coolant hole
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29 |M16| 12 | 22 | ZNGU1709"ZER-PM TSW-410H A-15

[ 2 | 25 |3 |2 M2 1 19
(@) 2 | 26 | 35 | 22 M2 11 1S
©) 2 | 28 |3 |2 M2 11 19
© 2 | 30 | 43 | 29 [Mi6| 12 | 22
[ J 2 | 32 | 43

[ 3 | 32 | 43 | 29 [Mi6| 12 | 22
©] 3 | 33 |43 | 29 [Mi6| 12 | 22
© 3 |3 | 43 | 29 Mi6| 12 | 22
[ 4 | 40 | 43 | 29 |M16| 12 | 22

@ A—HN—TEEERR Standard stockitems O E7EEERR Soon to be stocked

). FECA VY —NIHBAALTHIE B Ao

2. FEICLYFBEUT S5V TRUBE R EFALER (MOLY) EIBLTBUEE A (BIFE) .

3. EVAS—AYROHEREMITNLIEP.72TBREE V.

Note) 1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY.
3. Please see page 7 for recommended tightening torque.

Q11 Y —hk

Insert

JCc8118

TSW-410H 3.5

JC8050

@ A—FH—TEEER Standard stockitems  O:TETEEERR Soon to be stocked
17— 10fBAUTY . 10inserts per case.
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A EIaS5—AvE BUTFEFD;ER Attention to mounting head and MSN/ MGN shank holder.

BWEY 15— AYREEDFIFFIE Tightening procedure

DiE#F Cleaning
EI2AS—AYR A—IVBEY vV I7—IN[TEE—#& (BbL
LBRAF=IVv2T7—/NN[1EEG-Body)) D&z T 77
—[CTERLIES L,

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

@{R#ESD Initial Tightening
FROICT.EIV2AS—YNFEREL —IVBEY v I 7 —
NIBEE—B] (BULLKERF=ILYv VI 7 —N[TEE
G-Body)) itEH HIcBF TIRIFHLTLIEE L,

Tighten by hand until the head and the shank holder faces touch.
@ZMsh-F w7 Final Tightening

ML rO—=ILANFTBULFERAZR/INF (DST 1 )T
T HREMNVIETH KU E@METS BAMHHLTLIZE L BR
BNRVN T EZHESRLEE W,

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

CE) i & I [CIREICEREN S DIRETHHD T D L.
RUBL VIR T BERENHIE T,

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

A\ SEEEIE noTE

1. ZNNF BV RO—ILZRINF BHULIFERZR/VF (DS
IA ) =S ERLEEV U TMLIEZSRLIREWN),

2. Z/NF (& FEsDitFAmEIC>< ) EEERS B TARMH LT LY,

3. EVIS—AYREF VBBV v I 7 — N [TEE—# (B
UL IBRF—ILY v 07—\ [FEEG-Body ) D% B
ST REENBNC EZERLEE W,

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

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

BlHIX ORIV —EfE W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¢
M8 16N'm 10, 127
M10 16N'm 14,15
M12 20N-m 17,19
M16 25N‘m 22,26

). ARFRFEI2S—AYRFFICEHABLTBVF Ao BEEBRHIZET W,

2. MNLZ37bO—)LRNFEEDRE, EY 25— Ay RO ZEE (WHE) 8L
CiEZN T THRRIZSV(EEI 2T —AYRTERR—IBHR).
(RINFICFOTIRBEHEED BBLBZBEDHIET )

3. ZEBW=86LL(F12GXEIBR) DEI 15— AYRICDOFXL T . FHR/INF
DS-8BULLIFDS-12ZTABLTHEIET

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

N\FBE—B(EY15—~AYRAF— VBB +V I 7 —I\) BEBFDEE selection of "MSN Carbide shank holder”
AEP16BDEY 15 —ANYREFERT BIESI AEE)TmMmEL LEROHVWEE—HEEBEL TIEELY,
I T D FHAFH LY JEE—EDIE T BEEN HIET

In case of using modular head over »16mm, please select MSN carbide shank that diameter (¢D1) is 1mm or
more smaller than modular head (¢Dc). A wrong selection causes damage to the carbide shank.

¢Dc—¢dD1=Z1mm T:EE

TEE—BOEE: oD .

MSN carbide shank
neck diameter

EIAS—AYRDHAFE ¢Dc

JUFP S5V Z0.5mmBl EAE

Clearance necessary
more than 0.5mm

PV S ZRETBH. T—5 k.
I7J0—-DFERZEHRLET,
Coolant or air blow is recommended for
flushing the chips.

<
| B

Modular head tool diameter

A iﬁilf&)mlbs’"\wﬂi')ﬁlﬂ%@iiﬁ Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —IN[TBE—& EEV 15— AYRZHREEFEHRILY TERT BEE. EI15—AYRZERIU
T. [TEE—&] DHZEFREEEHUTERIFIFTIZEI V. AYROEIFFIFIF, BEEEHEICITOTIREE L,

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. Please mount a modular head after shrinking fit operation.

) NYRERFTEFFREFDZETIENAYRPA VY - FTNICLLBRTENHIFT

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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MSN Carbide shank arbor fﬁ!

BIURSIVYvITIAT Endmill shank type BANU—R7—INI AT Straight arbor type
.9—5\/#7?1#3' Through coolant hole .Eﬁg$ﬂﬂl For high productivity .7—57|\7.Q{q::* Through coolant hole .Eﬁ'é%i]l]I For high productivity

Y A | EEp—
4

EE— oy
¢D2: I—SVhE g ¢D2: J—S5VIRE Coolant hole dia.
TR

Fig.2 g Coolant hole dia.

@Ds h6

¢Ds he
®Ds h6

73 T =i (mm) Dimensions gl -, BE o <+ (mm) Dimensions £5ke)
Cat. No. Stock| gDs| g1 | L |oD1|6n° | MD | oD2 [Weight & Cat. No. Stock| ¢Ds L MD oD2 | Weight
MSN-M12-25-S25C @ 25| 25 9024 | - 053] 1 MSN-M12-185S-S23C | @ 23 185 M12 6 0.98
MSN-M12-55-S25C @® 25| 55/120(24 | - 072] 1 MSN-M12-265S-S23C | @ 265 1.42
MSN-M12-100T-S32C | @ | 32 (100|180 |23.5| 2° 161 2 MSN-M12-185S-S24C | @ 24 185 M12 6 1.07
MSN-M12-105-S25C | @ | 25 [105|170|24 | - |M12| 6 |1.03| 1 MSN-M12-265S-S24C | @ 265 1.54
MSN-M12-135-S25C | @ | 25 [135|215|24 | - 1.30| 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-155-S25C | @ | 25 |155/220 |24 | - 1.34| 1 MSN-M12-215S-S25C | @ 25 215 M12 6 1.36
MSN-M12-200-S25C | @ | 25 |200|265|24 | - 1.58| 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M16-25-S32C @ 32| 25 90|29 | - 085| 1 MSN-M16-160S-S28C | @ 160 1.22
MSN-M16-55-S32C @® 32| 55/120|29 | - 113 1 MSN-M16-230S-S28C | @ 28 230 M16 8 1.77
MSN-M16-77-S32C ® 32| 77|157|29 | - 1.47| 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M16-97-S32C @ 32| 97177|29 | - 164| 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M16-105-S32C | @ | 32 [105|170|29 | - 159 1 MSN-M16-217S-S32C | @ 32 217 M16 8 222
MSN-M16-117T-S32C | @ | 32 | 117|197 |29 |0°38% 1.88| 2 MSN-M16-287S-S32C | @ 287 2.94
MSN-M16-127-S32C | @ | 32 |127|207 |29 | - 1.89| 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-127T-S32C | @ | 32 | 127|207 |29 |0°30(M16| 8 |2.23| 2 @:X—I—TEREEG Standard stockitems
MSN-M16-155-S32C @® | 32 |155(220(29 - 204| 1 &) EVIS—AYROHERBHIIMLIIE7R—IEITBREE W,
. Note) Please see page 7 for recommended tightening torque.
MSN-M16-177-S32C | @ | 32 |177|257|29 - 232] 1
MSN-M16-177T-S32C | @ | 32 |177|257 |29 (023 278| 2
TAB—{A (BIE Y+ 7 — 1B 7 — N [BT/HSKY v 751 7))
MSN-M16-195-S32C | @ | 32 [195|260(29 | - 240 1 eyl g o
MSN-M16-197T-S32C . 32 (197277129 |0°23 300/ 2 Please scan the following QR code for the other arbor
(MSA type integrated carbide shank).
MSN-M16-225-S32C | @ | 32 [225|290 |29 | - 257 1
MSN-M16-245-S32C | @ | 32 [245|310|29 | - 274 1
MSN-M16-295-S32C | @ | 32 | 295|360 |29 - 317| 1

@ X—FH—TEES Standard stock items
) EVAS—AYROHERMSIMLIE7R—I TSR,
Note) Please see page 7 for recommended tightening torque.

Q TBE G-Body(xvas—AvrBRF—ILyvvI7—)
MGN G-Body steel shank holder
O= AN DOMAEICENSDG-Body @Ya—k517
ORHURETHEVII TP RA IO < Flid 2 KB THEXTERICIF
AN T =V AICHENEEEG-Body (RF =LY+ T) EHRVELETD, Q] OD2 T—SUNIUR cotaitole i
@Adopted ultra-rigid and improved body durability "G-Body". =

@Short type
@Cost-effective and high strength steel shank holder.

I

I
—H

I

T
®Ds h6

21 | ‘
L

BIVRIIVYvTI AT Endmill shank type

.7—5‘/#7’?19‘3 Through coolant hole iz TERE st ST (VTS Ei(kg)
Cat. No. Stock| ¢Ds| g1 | L |#D1|6n° |MD |eD2| Weight

G-Body, MGN-M12-35-S25 | @ | 25 | 35[105| 24 | — [M12| 4 | 036
MGN-M12-85-S25 | @ | 25 | 85[165| 24 | — |m12] 4 | o057

MGN-M16-37-S32 | @ | 32| 37[107[ 29| — |m16] 6 | 056

' MGN-M1677-S32 | @ | 32| 77[157[ 29| — |m16] 6 | 083

@:AX—H—TEEER Standard stock items
). EVAS—AYRETREG-Body B EHEEFDYIHIRAHE. 13-16_— I DRLEHIRUREZDFFBEALIZT V.
2. EVAS—AYROEEMFFI LI B7R—I TSRV,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 13— 16).
2. Please see page 7 for recommended tightening torque.
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QTFC75’47°754Z Facemill type

Recommended cutting conditions for shoulder milling

SHOULDER EXTREME

TE&Z(mm) Tool dia.
EIA f ‘;;;; 50 50/52
Work materials Briks FIEL No. of teeth 4N FIEL No. of teeth SN
ap apxae n Vi 2 ap apxae n Vi
(mm) (mm) (mm?) (min™) | (mm/min) (mm) (mm) (mm?) (min™) | (mm/min)
%338 (S50C, S55C) ~100 | ~150 | ~40 | 1270 | 1,520 | ~100 | ~15.0 ~40 | 1270 | 1,910
BEE250HBLLT JC8050 150 | ~120 | ~25 | 1,150 | 1,150 150 | ~120 | ~25 | 1,150 | 1,440
Carbon steel (€50,C55)
Below 250HB 200 | ~100 | ~15 | 1,020 820 200 | ~10.0 ~15 | 1,020 | 1,020
$5$H (GM190, ICD5) ~100 | ~15.0 ~40 1,150 1,380 ~100 | ~15.0 ~40 1,150 1,730
RE285HBLLT JC8050 150 | ~120 | ~25 | 1,020 | 1,020 150 | ~120 | ~25 | 1,020 | 1,280
Cast steel (1.7225)
Below 285HB 200 | ~100 | ~15 890 710 200 | ~10.0 ~15 890 890
T E$H(SKD61, SKD11) ~100 | ~15.0 ~40 1,270 1,520 ~100 | ~15.0 ~40 1,270 1,910
#EE256HBLLIT JC8050 150 | ~120 | ~25 | 1,150 | 1,150 150 | ~120 | ~25 | 1,150 | 1,440
Die steel (1.2344, 1.2379)
Below 255HB 200 | ~100 | ~15 | 1,020 820 200 | ~10.0 ~15 | 1,020 | 1,020
T N—R48(HPM7, PX5, P20) ~100 | ~150 | ~40 950 | 1,140 | ~100 | ~15.0 ~40 950 | 1,430
##230~36HRC JC8118 150 | ~120 | ~25 860 860 150 | ~120 | ~25 860 | 1,080
Mold steel (1.2311, P20)
30~36HRC 200 | ~100 | ~15 760 610 200 | ~10.0 ~15 760 760
T N—R248 (NAKSO, HPM1, P21) ~100 | ~15.0 | ~30 760 760 | ~100 | ~15.0 ~30 760 950
##a38~43HRC JC8118 150 | ~120 | ~20 670 540 150 | ~120 | ~20 670 670
Mold steel (1.2311, P21)
38~43HRC 200 | ~100 | ~12 570 340 200 | ~10.0 ~12 570 430
15 A 148 (SKD61, DAC, DHA) ~100 | ~150 | ~18 640 510 | ~100 | ~15.0 ~18 640 640
#Ee42~52HRC JC8118 150 | ~12.0 ~12 570 340 150 | ~12.0 ~12 570 430
Hardened die steel (1.2344, 1.2379)
42~52HRC 200 | ~10.0 ~5 510 200 200 | ~10.0 ~5 510 260
1§ &8%8% (FC250) ~100 | ~150 | ~40 | 1,590 | 1,910 | ~100 | ~15.0 ~40 | 1590 | 2,390
"ch'”foNég?;)'B Jcs118 150 | ~120 | ~25 | 1,460 | 1,460 150 | ~120 | ~25 | 1,460 | 1,830
astiron
160~260HB 200 | ~100 | ~15 | 1,340 | 1,070 200 | ~10.0 ~15 | 1,340 | 1,340
5951)V3%8% (FCD700) ~100 | ~150 | ~40 950 950 | ~100 | ~15.0 ~40 950 | 1,190
#%&170~300HB JC8118 150 | ~120 | ~25 830 660 150 | ~12.0 ~25 830 830
Nodular cast iron (GGG70)
170~300HB 200 | ~100 | ~15 700 420 200 | ~10.0 ~15 700 530
F—ZFF(NRAT L Z5H ~100 | ~15.0 | ~40 760 610 | ~100 | ~15.0 ~40 760 760
(SUS304, 316, 317)17Cr% | ;08050 150 | ~120 | ~25 700 420 150 | ~120 | ~25 700 530
Stainless steel Austenitic
(AISI 304, 316, 317) 200 ~10.0 ~15 640 260 200 ~10.0 ~15 640 320
VT ANRAT L X ~100 | ~150 | ~40 | 1,150 | 1,150 | ~100 | ~15.0 ~40 | 1,150 | 1,440
(SUS403, 42042, 430)13Cr% | ycs118 150 | ~120 | ~25 1,020 820 150 | ~120 ~25 1,020 | 1,020
Stainless steel Ferritics/Martensitic
(AISI 403, 42042, 430) 200 | ~100 | ~15 890 530 200 | ~10.0 ~15 890 670

£ : BHEURSE Overhung length  @p : BI7SEIDYHAFF RS Axial depth of cut - @e : FRIFEIDYHAFRES Radial depth of cut n : TEDERHRE Spindle speed  V: 3XLRE Feed speed

EHLDEEEERE

1. L BOYIHISA R RN S ST — T B ICISUTREE SV, (LR IEBTS0REVRIVIZT)
RUVIHFRELIASEE YDHAHRSE ERBIES)HEL TR HBVREEREE T BRI,

7L A HHYDEDBIEAL VTS,

BB AR ROBE I FTHAARIEHL TLESV RICNBLVVET W TERES L.
4. I7 =T O—CENEISTRREIRE T > TSV I LTUMCTOF v ET I T TN FARIRIC

EBLEEN,

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.



// DIJET

1= E ) El & & (B Hl Recommended cutting conditions for shoulder milling

0”’:79’]’77541 Facemill type

£ : BHBURE Overhung length  ap : Ei75EIDYHAFIHRS Axial depth of cut - @e : FRFBIDYHAFFES Radial depth of cut 1 : TEBEHEE Spindle speed Vi1 EWRE Feed speed
EHEDEEEE

Note:
1. LREOTAISEF I EHBIE S LT — VB CISU TGRE SV, (EFEIRBT50RERILICT)
RUVWPRELSE R AR RSE LRBIESNSELTES BBV EEREEE T TEAIESN,
72U 1 TN DR B EALWTEN,
BEBBHRROBEE. ETTRAARSEERL TRV RICNB LU VIET U TERES L,

*1. The figure to be adjusted according to the machine rigidity or work rigidity.
4. TP =T O—ICEOICTRRARBET > TR FHT IHMCTOFrET (I T TR TMIBIC
EBLEEN,

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

*4. Use air blow.
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TE )=l e o § SV ET AW SHOULDER EXTREME

E E t)J ﬁu % ﬁ: (:F i) ‘ﬁu b ) Recommended cutting conditions for facemilling

QTFC75’47°754Z Facemill type

TE&Z(mm) Tool dia.
HHIAE 1 ‘;;;; 50 50/52
Work materials Briks FIEL No. of teeth 4N FIEL No. of teeth SN
ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) (mm) (mm) (mm) (min") | (mm/min)
%3458 (S50C, S55C) ~150 | ~4.0 ~50 950 1,140 | ~150 | ~40 | ~1.0Dc 950 1,430
BEE250HBLLT JC8050 200 | ~30 | ~40 830 830 200 | ~30 | ~40 830 | 1,040
Carbon steel (€50,C55)
Below 250HB 300 | ~20 ~30 700 560 300 | ~20 ~30 700 700
%48 (GM190, ICD5) ~150 | ~4.0 ~50 950 1,140 | ~150 | ~4.0 | ~1.0Dc 950 1,430
RE285HBLLT JC8050 200 | ~30 | ~40 830 830 200 | ~30 | ~40 830 | 1,040
Cast steel (1.7225)
Below 285HB 300 | ~20 ~30 700 560 300 | ~20 ~30 700 700
T E$H(SKD61, SKD11) ~150 ~4.0 ~50 950 950 ~150 ~4.0 | ~1.0Dc 950 1,190
HES255HBLLT JC8050 200 | ~30 | ~40 830 660 200 | ~30 | ~40 830 830
Die steel (1.2344, 1.2379)
Below 255HB 300 | ~20 ~30 700 420 300 | ~20 ~30 700 530
TUN—R48 (HPM7, PX5, P20) ~150 | ~4.0 ~50 830 830 | ~150 | ~4.0 | ~1.0Dc 830 1,040
##230~36HRC JC8118 200 | ~30 | ~40 760 610 200 | ~30 | ~40 760 760
Mold steel (1.2311, P20)
30~36HRC 300 | ~20 ~30 700 420 300 | ~20 ~30 700 530
T N—RA48 (NAKSO, HPM1, P21) ~150 | ~3.0 ~50 700 700 | ~150 | ~3.0 | ~1.0Dc 700 880
##a38~43HRC JC8118 200 | ~25 | ~40 640 510 200 | ~25 | ~40 640 640
Mold steel (1.2311, P21)
38~43HRC 300 | ~15 ~30 570 340 300 | ~15 ~30 570 430
15 A 138 (SKD61, DAC, DHA) ~150 | ~25 ~40 570 460 | ~150 | ~25 ~40 570 570
#x42~52HRC JC8118 200 | ~20 | ~30 510 310 200 | ~20 | ~30 510 380
Hardened die steel (1.2344, 1.2379)
42~52HRC 300 | ~15 ~20 450 180 300 | ~15 ~20 450 230
19 ##H8% (FC250) ~150 | ~6.0 ~50 1,150 1380 | ~150 | ~60 | ~1.0Dc | 1,150 1,730
‘§§‘1§°N(§§25§'B Jcs118 200 | ~40 | ~40 950 950 200 | ~40 | ~40 950 1,190
astiron
160~260HB 300 | ~20 ~30 830 660 300 | ~2.0 ~30 830 830
#9548 (FCD700) ~150 | ~4.0 ~50 830 830 | ~150 | ~4.0 | ~1.0Dc 830 1,040
#%&170~300HB JC8118 200 | ~30 | ~40 760 610 200 | ~30 | ~40 760 760
Nodular cast iron (6GG70)
170~300HB 300 | ~20 ~30 700 420 300 | ~20 ~30 700 530
F—2FF A NRRTLR$E ~150 | ~4.0 ~40 700 560 | ~150 | ~4.0 ~40 700 700
(SUS304, 316, 317)17Cr% | ;08050 200 | ~30 | ~30 640 380 200 | ~30 | ~30 640 480
Stainless steel Austenitic
(AISI 304, 316, 317) 300 ~2.0 ~20 570 230 300 ~2.0 ~20 570 290
TNFAANRIT L XS ~150 | ~4.0 ~50 950 950 | ~150 | ~4.0 | ~1.0Dc 950 1,190
(SUS403, 42042, 430)13Cr% | ycs118 200 | ~30 ~40 830 660 200 | ~30 ~40 830 830
Stainless steel Ferritics/Martensitic
(AISI 403, 420J2, 430) 300 | ~20 ~30 700 420 300 | ~20 ~30 700 530
£ : BHEURSE Overhung length  @p : BI7SEIDYHAFF RS Axial depth of cut - @e : FRIFEIDYHAFRES Radial depth of cut n : TEDERHRE Spindle speed  V: 3XLRE Feed speed
EALOEERE Note
1. ERROYIHI S BRI S LT —IBIMICIEU TEREEC 280, (ERRIBBTS0XERIVIZT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPRELEBE G THAHRIE LRBUEL)HIEL TN HBVEEEREE T TERES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
112U A HH)DE) BIZEALENTZEL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*SHEMB N TR DB A TTYDARFRIERL TSV RICNB LU VE T TERES L, Feed speed
*4. 7 —TO— IV TRREMIBEAT o TLEE T IUMCTOFvEF I T TGV FRIBIC *4. Use air blow.

EBLEE, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data

5B TRFI, 3% R EEIREGVHIRAFRDS0% LT TMIL TS,
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// DIJET

RECEIZGE (FEEIY) Recommended cutting conditions for facemilling

0”’:79’]’77541 Facemill type

£ : BHBURE Overhung length  ap : Ei75EIDYHAFIHRS Axial depth of cut - @e : FRFBIDYHAFFES Radial depth of cut 1 : TEBEHEE Spindle speed Vi1 EWRE Feed speed

ERLDFEEE

1. EFRROHI RSB S LT —IBIMICIEC TEREE SV, (EFRRIEBTS0RERIVICT)

RUVUNRELBE R TARRSE ERBEL)HELTESN HBVEEEREE T TEAESN,
712U A HH)DE) B IEEALNTEEN,

BEMBATEDBE . ETYHAHFFEERL LIV RICNB LU VIE T TERLESL,

*4. 17 =T O- LK TREWIBET > TES . BT IHMCTOFrE T+ I T TR FRIBIC *4. Use air blow.

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.

EBLEEN,
5. I TR, %) R EE RGN HIRAFRDE0%L T T IL TS,

*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.

12



TE )=l e o § SV ET AW SHOULDER EXTREME

\u

*% —E t)J ﬁu % ﬁ: (E ‘E’u V) ) Recommended cutting conditions for shoulder milling

Q Y15 AYR/MSXFAHBE—E (EY 15— NYREZ—IVIBIE +>/7 7 —I]\) MsXand MSN type

T E4%(mm) Tool dia.
Ell o1 1 ;;J‘E—h 25/26/28 30/32
Work materials Briks FIEL No. of teeth 2N FIEL No. of teeth 2N
ap apXxae n Vi 2 ap apXae n Vi
(mm) (mm) (mm?) (min") | (mm/min) (mm) (mm) (mm?) (min") | (mm/min)
® %[ (S50C, S55C) ~90 ~10.0 ~15 2,450 1,470 ~100 ~12.0 ~24 2,050 1,230
#3250HBLLT JC8050 140 | ~70 | ~10 | 2200 | 1,100 150 | ~90 | ~18 | 1,850 930
Carbon steel (C50, C55)
Below 250HB 210 ~4.0 ~5 1,960 780 210 ~6.0 ~9 1,640 660
$548 (GM190.1CD5) ~90 ~10.0 =15 2,200 1,320 ~100 ~12.0 ~24 1,850 1,110
#E285HBLLT JC8050 140 | ~70 | ~10 | 1,960 980 150 | ~90 | ~18 | 1,640 820
Cast steel (1.7225)
Below 285HB 210 ~4.0 ~5) 1,710 680 210 ~6.0 ~9 1,440 580
T E4B(SKD61, SKD11) ~90 | ~100 ~15 2,450 1,470 ~100 | ~12.0 ~24 2,050 1,230
#EE255HBLLT JC8050 140 | ~70 | ~10 | 2200 | 1,100 150 | ~90 | ~18 | 1,850 930
Die steel (1.2344, 1.2379)
Below 255HB 210 ~4.0 ~5 1,960 780 210 ~6.0 ~9 1,640 660
TUN—RAR(HPM7, PX5, P20) ~90 ~10.0 =15 1,840 1,100 ~100 ~12.0 ~24 1,540 920
#a30~36HRC JCs118 140 | ~70| ~10 1,650 830 150 | ~9.0 | ~18 | 1,390 700
Mold steel (1.2311, P20)
30~36HRC 210 ~4.0 ~5) 1,470 590 210 ~6.0 ~9 1,230 490
71)N—R4B(NAKSO, HPM1, P21) ~90 ~10.0 ~12 1,470 740 ~100 ~12.0 ~18 1,230 620
#a38~43HRC Jcs118 140 | ~70 ~6 1,290 520 150 | ~90 | ~13 | 1,080 430
Mold steel (1.2311, P21)
38~43HRC 210 ~4.0 ~2 1,100 330 210 ~6.0 ~7 920 280
15 ANEH(SKD61, DAC, DHA) ~90 ~10.0 ~8 1,220 490 ~100 ~12.0 ~12 1,030 410
#x42~52HRC Jcsi1s 140 ~7.0 ~4 1,100 330 150 ~9.0 ~8 920 280
Hardened die steel (1.2344, 1.2379)
42~52HRC 210 ~4.0 ~2 980 200 210 ~6.0 55 820 160
123 #858% (FC250) ~90 ~10.0 ~15 3,060 1,840 ~100 ~12.0 ~24 2,570 1,540
#&160~260HB Jcsi18 140 | ~70| ~10 | 2820 | 1410 150 | ~90 | ~18 | 2360 | 1,180
Cast iron (GG25)
160~260HB 210 ~4.0 ~5 2,570 1,030 210 ~6.0 ~12 2,160 860
2975458 (FCD700) ~90 ~10.0 =15 1,840 920 ~100 ~12.0 ~24 1,540 770
##2170~300HB JC8118 140 ~70 | ~10 1,590 640 150 | ~9.0 | ~18 | 1330 530
Nodular castiron (GGG70)
170~300HB 210 ~4.0 5] 1,350 410 210 ~6.0 ~9 1,130 340
A—RTFANRRT UL REE ~90 ~10.0 ~15 1,470 590 ~100 ~12.0 ~24 1,230 490
(SUS304, 316, 317117Cr% | ;05050 140 | ~70 | ~10 | 1350 410 150 | ~90 | ~18 | 1,130 340
Stainless steel Austenitic
(AISI 304, 316, 317) 210 ~4.0 ~5 1,220 240 210 ~6.0 ~9 1,030 210
<IVT Y ANR AT L X ~90 ~10.0 =15 2,200 1,100 ~100 ~12.0 ~24 1,850 930
(SUS408, 42042, 430)13Cr% | yc8118 140 ~70 | ~10 1,960 780 150 | ~9.0 | ~18 | 1640 660
Stainless steel Ferritics/Martensitic
(AISI 403, 4202, 430) 210 ~4.0 ~5 1,710 510 210 ~6.0 ~9 1,440 430
£ : BHEURSE Overhung length  @p : BI7SEIDYHAFF RS Axial depth of cut - @e : FRIFEIDYHAFRES Radial depth of cut n : TEDERHRE Spindle speed  V: 3XLRE Feed speed
EALOEEEE Note
1. ERROYIHI S BRI S LT —IBIMICIEU TEREEC 280, (ERRIBBTS0XERIVIZT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPRELEBE G THAHRIE LRBUEL)HIEL TN HBVEEEREE T TERES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
112U A HH)DE) BIZEALENTZEL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*SHEMB N TR DB A TTYDARFRIERL TSV RICNB LU VE T TERES L, Feed speed
'4.{7;—(;?—¢:¢U%JJU<ﬂ$£5@i§%ﬁaT<7£éuo IS SIHMCTOFAEF (T TGS RIRIC *4. Use air blow.
EBLIES N
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Q EV1S5-AYR/MSX+TEE—# (E

// DIJET

ZEEYHIFHE (BHE Recommended cutting conditions for shoulder milling

AS5—A\YREZF— VB> 7 —]\) MSXand MSN type

1,930
150 ~9.0 ~18 1,740 1,310 150 ~10.0 ~20 1,430 1,430
210 ~6.0 ~9 1,540 920 210 ~8.0 ~12 1,270 1,020
~100 ~12.0 ~24 1,740 1,570 ~100 ~15.0 ~30 1,430 1,720
150 =)0 ~18 1,540 1,160 150 ~10.0 ~20 1,270 1,270
210 ~6.0 ~E) 1,350 810 210 ~8.0 ~2 1,110 890
~100 ~12.0 ~24 1,930 1,740 ~100 ~15.0 ~30 1,590 1,910
150 ~9.0 ~18 1,740 1,310 150 ~10.0 ~20 1,430 1,430
210 ~6.0 ~9 1,540 920 210 ~8.0 ~12 1,270 1,020
~100 ~12.0 ~24 1,450 1,310 ~100 ~15.0 ~30 1,190 1,430
150 ~9.0 ~18 1,300 980 150 ~10.0 ~20 1,070 1,070
210 ~6.0 ~E) 1,160 700 210 ~8.0 ~i2 950 760
~100 ~12.0 ~18 1,160 870 ~100 ~15.0 ~20 950 950
150 ~9.0 ~13 1,010 610 150 ~10.0 ~15 840 670
210 ~6.0 ~7 870 390 210 ~8.0 ~8 720 430
~100 ~12.0 ~12 960 580 ~100 ~12.0 ~12 800 640
150 ~9.0 ~8 870 390 150 ~10.0 ~8 720 430
210 ~6.0 ~ 770 230 210 ~8.0 ~@ 640 260
~100 ~12.0 ~24 2,410 2,170 ~100 ~15.0 ~30 1,990 2,390
150 ~9.0 ~18 2,220 1,670 150 ~10.0 ~20 1,830 1,830
210 ~6.0 ~12 2,030 1,220 210 ~8.0 ~16 1,670 1,340
~100 ~12.0 ~24 1,450 1,090 ~100 ~15.0 ~30 1,190 1,190
150 ~9.0 ~18 1,250 750 150 ~10.0 ~20 1,030 820
210 ~6.0 =~ 1,060 480 210 ~8.0 ~i2 880 530
~100 ~12.0 ~24 1,160 700 ~100 ~15.0 ~30 950 760
150 ~9.0 ~18 1,060 480 150 ~10.0 ~20 880 530
210 ~6.0 ~9 960 290 210 ~8.0 ~12 800 320
~100 ~12.0 ~24 1,740 1,310 ~100 ~15.0 ~30 1,430 1,430
150 ~9.0 ~18 1,540 920 150 ~10.0 ~20 1,270 1,020
210 ~6.0 =~ 1,350 610 210 ~8.0 ~i2 1,110 670

£ : BHBURE Overhung length  ap : Ei75EIDYHAFIHRS Axial depth of cut - @e : FRFBIDYHAFFES Radial depth of cut 1 : TEBEHEE Spindle speed Vi1 EWRE Feed speed

FALEDEEEER

1. EREOTIHIZR A ARRBINE S LT — VRIS TREE LSV (ERBIBT50RERILIZT)

RUVIPRELLBEE ANAARSE ERMEL)HEL TES 3V EEEEE T TEAES L,

72U 1 TN DR B EALWTEN,

BEBBHRROBEE. ETTRAARSEERL TRV RICNB LU VIET U TERES L,
*4. 17 =T ALK TREWIBET > TES . BT IHMCTOFrE T I T TN FRIBIC

EBLEEN,

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.



TE )=l e o § SV ET AW SHOULDER EXTREME

E E t)J ﬁu % ﬁ: (:F i) ‘ﬁu b ) Recommended cutting conditions for facemilling

Q Y15 AYR/MSXFAHBE—E (EY 15— NYREZ—IVIBIE +>/7 7 —I]\) MsXand MSN type

T E4%(mm) Tool dia.
Ell o1 1 ;;J‘E—h 25/26/28 30/32
Work materials Briks FIEL No. of teeth 2N FIEL No. of teeth 2N
ap ae n Vi 2 ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) (mm) (mm) (mm) (min") | (mm/min)
® %[ (S50C, S55C) ~90 ~3.0 | ~1.0Dc 1,840 1,100 ~100 ~3.5 | ~1.0Dc 1,540 920
#3250HBLLT JC8050 140 | ~20 | ~20 | 1,590 800 150 | ~25 ~25 | 1,330 670
Carbon steel (C50, C55)
Below 250HB 210 ~1.0 ~15 1,350 540 210 ~1.5 ~20 1,130 450
$548 (GM190.1CD5) ~90 ~3.0 | ~1.0Dc 1,840 1,100 ~100 ~3.5 | ~1.0Dc 1,540 920
#E285HBLLT JC8050 140 | ~20 | ~20 | 1,590 800 150 | ~25 ~25 | 1,330 670
Cast steel (1.7225)
Below 285HB 210 ~1.0 =5 1,350 540 210 SIS ~20 1,130 450
T E4B(SKD61, SKD11) ~90 ~3.0 |~1.0Dc 1,840 920 ~100 ~35 | ~1.0Dc | 1,540 770
#EE255HBLLT JC8050 140 | ~20 | ~20 | 1,590 640 150 | ~25 ~25 | 1,330 530
Die steel (1.2344, 1.2379)
Below 255HB 210 ~1.0 ~15 1,350 410 210 ~1.5 ~20 1,130 340
TUN—RAR(HPM7, PX5, P20) ~90 ~3.0 | ~1.0Dc 1,590 800 ~100 ~3.5 | ~1.0Dc 1,330 670
#a30~36HRC JCs118 140 | ~20 ~20 | 1,470 590 150 | ~25 ~25 | 1,230 490
Mold steel (1.2311, P20)
30~36HRC 210 ~1.0 =15 1,350 410 210 SIS ) ~20 1,130 340
71)N—R4B(NAKSO, HPM1, P21) ~90 ~2.0 | ~1.0Dc 1,350 680 ~100 ~25 | ~1.0Dc 1,130 570
#a38~43HRC Jcs118 140 | ~15 ~20 | 1220 490 150 | ~20 ~25 | 1,030 410
Mold steel (1.2311, P21)
38~43HRC 210 ~1.0 ~15 1,100 330 210 ~1.5 ~20 920 280
15 ANEH(SKD61, DAC, DHA) ~90 =1 5 ~20 1,100 440 ~100 ~2.0 ~25 920 370
#x42~52HRC Jcsi1s 140 ~1.0 ~15 980 290 150 ~15 ~20 820 250
Hardened die steel (1.2344, 1.2379)
42~52HRC 210 =05 ~10 860 170 210 ~1.0 =15 720 140
123 #858% (FC250) ~90 ~5.0 |~1.0Dc 2,450 1,470 ~100 ~5.5 | ~1.0Dc 2,050 1,230
#&160~260HB Jcsi18 140 | ~30 ~20 | 2200 | 1,100 150 | ~35 ~25 | 1,850 930
Cast iron (GG25)
160~260HB 210 ~1.0 ~15 1,960 780 210 ~1.5 ~20 1,640 660
2921858 (FCD700) ~90 ~3.0 | ~1.0Dc 1,590 800 ~100 ~3.5 | ~1.0Dc 1,330 670
##2170~300HB JC8118 140 ~2.0 ~20 | 1,470 590 150 | ~25 ~25 | 1,230 490
Nodular castiron (GGG70)
170~300HB 210 ~1.0 =5 1,350 410 210 ~1.5 ~20 1,130 340
A—RTFANRRT UL REE ~90 ~3.0 ~20 1,350 540 ~100 ~3.5 ~25 1,130 450
(SUS304, 316, 317)17Crk | cgos50 140 | ~20| ~15| 1220 | 370 150 | ~25 | ~20| 1,030 310
Stainless steel Austenitic
(AISI 304, 316, 317) 210 ~1.0 ~10 1,100 220 210 ~1.5 ~15 920 180
<IVT Y ANR AT L X ~90 ~3.0 | ~1.0Dc 1,840 920 ~100 ~3.5 | ~1.0Dc 1,540 770
(SUS408, 42042, 430)13Cr% | yc8118 140 ~2.0 ~20 | 1,590 640 150 | ~25 ~25 | 1,330 530
Stainless steel Ferritics/Martensitic
(AIS1 403, 4202, 430) 210 ~1.0 =15 1,350 410 210 =5 20 1,130 340
£ : BHEURSE Overhung length  @p : BI7SEIDYHAFF RS Axial depth of cut - @e : FRIFEIDYHAFRES Radial depth of cut n : TEDERHRE Spindle speed  V: 3XLRE Feed speed
EALOEEEE Note
1. ERROYIHI S BRI S LT —IBIMICIEU TEREEC 280, (ERRIBBTS0XERIVIZT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPRELEBE G THAHRIE LRBUEL)HIEL TN HBVEEEREE T TERES, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
112U A HH)DE) BIZEALENTZEL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*SHEMB N TR DB A TTYDARFRIERL TSV RICNB LU VE T TERES L, Feed speed
4. I7 =T O—CENEISTRREIRE T > TSV I LTUMCTOF v ET I T TN FARIRIC *4, Use air blow.
EBERL, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data

5B TRFI, 3% R EEIREGVHIRAFRDS0% LT TMIL TS,
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// DIJET

FREYHIFRGE (FEAEY) Recommended cutting conditions for facemilling

Q V1S5 AYR/MSXAHTBE—E (EY 1S5 —AYRBA—ILIBIEY v+ 7 —/\) MSX and MSN type

1,450
150 ~25 ~25 1,250 940 150 ~2.5 ~32 1,030 1,030
210 ~15 ~20 1,060 640 210 ~15 ~24 880 700
~100 ~3.5 | ~1.0Dc 1,450 1,310 ~100 =& ~40 1,190 1,430
150 =285 25 1,250 940 150 ~25 ~32 1,030 1,030
210 =18 ~20 1,060 640 210 ~1.5 ~24 880 700
~100 ~35 | ~1.0Dc 1,450 1,090 ~100 ~3.5 ~40 1,190 1,190
150 ~25 ~25 1,250 750 150 ~2.5 ~32 1,030 820
210 ~1.5 ~20 1,060 480 210 ~1.5 ~24 880 530
~100 ~3.5 | ~1.0Dc 1,250 940 ~100 =& ~40 1,030 1,030
150 =25 25 1,160 700 150 =285 ~32 950 760
210 =18 ~20 1,060 480 210 ~1.5 ~24 880 530
~100 ~25 | ~1.0Dc 1,060 800 ~100 ~2.5 ~40 880 880
150 ~2.0 ~25 960 580 150 ~2.0 ~32 800 640
210 ~1.5 ~20 870 390 210 ~1.5 ~24 720 430
~100 ~2.0 25 870 520 ~100 ~2.0 ~32 720 580
150 =15 ~20 770 350 150 =145 ~24 640 380
210 =1 {0 ~1® 680 200 210 =1 {0) 1| 560 220
~100 ~55 | ~1.0Dc 1,930 1,740 ~100 ~b55 ~40 1,590 1,910
150 ~35 ~25 1,740 1,310 150 ~3.5 ~32 1,430 1,430
210 ~1.5 ~20 1,540 920 210 ~1.5 ~24 1,270 1,020
~100 ~3.5 | ~1.0Dc 1,250 940 ~100 =& ~40 1,030 1,030
150 =25 =~ 1,160 700 150 =25 ~32 950 760
210 =18 ~20 1,060 480 210 1.5 ~24 880 530
~100 ~35 ~25 1,060 640 ~100 ~3.5 ~32 880 700
150 ~25 ~20 960 430 150 ~2.5 ~24 800 480
210 ~1.5 ~15 870 260 210 ~1.5 ~18 720 290
~100 ~3.5 | ~1.0Dc 1,450 1,090 ~100 =& ~40 1,190 1,190
150 =25 =~ 1,250 750 150 =25 ~32 1,030 820
210 =18 ~20 1,060 480 210 1.5 ~24 880 530
£ : BHBURE Overhung length  ap : Ei75EIDYHAFIHRS Axial depth of cut - @e : FRFBIDYHAFFES Radial depth of cut 1 : TEBEHEE Spindle speed Vi1 EWRE Feed speed
EALOEERR Note:
1. EFRROHI RSB S LT —IBIMICIEC TEREE SV, (EFRRIEBTS0RERIVICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVWPFRELLIBE R DAARSE ERBBLNGEL TSV HZVBEEREE T TEAEE, *2.1n case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
'3.1@%?)1;Jgségg)égz:\‘gﬁifégggzw<rssu\c RICNBEUVik T TERCES W, ° I;er::DsT:fm OIS U PONET FeCOmMEnd 9 edice he depth ofeutap or Sondle specd and
4. L7 7 O—CEICTIREIRE T > TSV BIC IHMCTOF vET (AT TR IV FRIRIC *4. Use air blow.

EBLEEN, *5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
5 BN TR X R EEAZENEIRERND50% LT TMIL TSN,
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AUAJVADT Helical interpolation

¢Dh

Tool dia.

TE&R¢Dc

OZVEYT AUAIVII T3 E REZEELNHIRMARDB0% U T THMILTLIEE L,

In case of ramping and helical interpolation, apply 80% or less feed speed from standard cutting condition table.

ONUBILARBIFINIZITSERE T —S Vb RIV—ICKBBRMLTIEALEE L,

In case of helical interpolation, recommend wet cutting by coolant through the tool.

SHOULDER EXTREME

Attention for profile milling

@V —)U/NZADEHTTFE Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc
W—JLINZE VNS TE#
Tool pass dia. Bore dia. Tool dia.

O—FLDUHAHEE DN RAUSAHFRE ap’z
BRIBVKSICLTLEE L,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

@V—IUINZADEELS IS DY AYNIEBELS
RESETEYICLTLREL,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

Z2E>S AL Ramping AYBILARBIINI Helical interpolation
) . EENT | BAURAS | s S

WE Tlﬁﬁ TR Zxap RAIER RANAHRE (ap) 2IVRE BARR

Cat. No. (W QIE Eff. Cutting dia. Max. depth A0 (E) HITEFOTIEIRS:L (mm) Min. bore dia. Max. bore dia.

(mm) (mm) of cut (mm) Max. ramping Total cutting length at Dh min (mm) Dh max (mm)

angle 6° Max. ap

MSX-2025-M12 25 21.5 1.5 0.7° 123 37 46
MSX-2026-M12 26 22.5 1.5 0.7° 123 36 48
MSX-2028-M12 28 255 1.5 0.6° 143 40 52
MSX-2030-M16 30 26.5 1.5 0.6° 143 44 56
MSX-*032-M16 32 28.5 1.5 0.5° 172 48 60
MSX-3033-M16 33 29.5 1.5 0.5° 172 50 62
MSX-3035-M16 35 315 1.5 0.4° 215 54 66
MSX-4040-M16 40 36.5 1.5 0.4° 215 64 76
EXSAP-*050R-22 50 46.5 1.5 0.3° 286 84 96
EXSAP-5052R-22 52 48.5 1.5 0.3° 286 88 100
EXSAP-5063R-22 63 59.5 1.5 0.2° 430 110 122
EXSAP-7080R-27 80 76.5 1.5 0.15° 573 144 156
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Thane (W) 400 607, India

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

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

QI EMKI . WRDIHFERLKEETIT B ENBIET, Specification shall be changed without notice.
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