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E e b 2] - b= J=E 3-8 Attention to using modular head and MSN Carbide shank holder

TAE—® (EY215—AYREAF—IVBEY v+ I7—IN) BERD;ES  Selection of "MSN Carbide shank holder"

EI2AS—AYRFOHELD 1 mmEl LEEOHVEE—&ZBEL T T,
(QM=)JLMPM#AZ9Dc< ¢ 16%(R<)
YIDLFDHHAH CKD, THE—HHHTIET DERHHDET
Please select MSN carbide shank that diameter (¢pD1) is Tmm or more smaller than modular head (¢Dc).
(except for MPM under ¢p16mm)
A wrong selection causes the carbide shank damage.

¢Dc—pD1=Tmm TEE (QMZ)LMPMA ¢9Dc< ¢ 16%[E<)

J

U752 20.5mmB_ EHNE

EE—BOER: oD
MSN carbide shank
neck diameter

EI215—AYRDOHRE: ¢pDc
Modular head cutting diameter

Clearance necessary
more than 0.5mm

I FEBRET Bl -5/ IT7TO0—D
ERZEHELET.
Coolant or air blow is recommended to remove the chips.

T EFMIE (E5—KR—Ib. =5—5I7 AEERR) [F. 1D <TFDNFHAH CRDITHEDDEIFHDI R Ao

(DU75VZ20.5mmUT CHRESDEE Ao )

In case of finishing operation (using Mirror Ball, Mirror Radius etc.), the damage risk of the carbide shank is low.

Clearance more than 0.5mm is not necessary.

EIa1S5—AYRDHERMTI NIV  Recommended tightening torque for modular head

a9 vy [ V27K | SYOLUAE w0z
Thread | Tightening TOrQue | yrench size except for SMSA| _Wrench size of SMSA TRESLUMILYIREIC, (TEHSFEVDEHEEL.
M6 8.0N'm 8 — WD RREDEVDFESREE0,
b LN U, 12 i * Attention to mountin
g head
M10 16N-m 14,15 17 Clean the contact surface of head and carbide holder,
M12 20N-m 17 22 and also confirm there is no gap between head and
M16 25N-m 22, 26 27 holder after tightening.
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5y TRROHRIBHIC. FvT Hﬁﬁantu%ﬁﬁﬁimm H;wﬁw@:m;l:ﬁz a;wb‘ﬁelcﬁznn:c ﬁ A ssmEryrss
BEAr®IZ—JO-—CTE | &(MOLY)ZFyI55Y7 || Rhs. BRLTLEEN, || Z@BL. J5YTRARIE | oo ., e
BUMDCFEERELTLS | RUICBHLTIREL, HROFLZIVRO—ILLY | GRATLEEN, (55 || L ITFRIERHDIANT.

Insert set up installation points of double clamping mechanism type

R, ZOR. FyTEDE Please spread the attached FHLLE. FBENTVBL TEE, TEICRDHEELT FvIERLICEAELT
FEBLUNUEDEVDFTY Moly coat on the clamp screw. VFEFERLTFYIOS VT 5. WRDIREIFTFyvIDE e
FUTLIEL, RUERDRAATLEE L, BAISETEET T ) <rEEL,

Clean the insert seat by brush
or air blow before installing
the insert, and remove the
chips and dust completely.

In that time, please confirm
whether there is neither the
deformation nor burr of insert
seat.

[ |
FyIEERL TS,
Clean the insert itself.

Fix the insert to insert seat
while surely suppressing it.
Tighten the clamp screw with
torque wrench on the market
or an attached wrench.

NLOZIVRO—ILLYFICED
DL
Recommended torque for clamp screw
MULOTE | RGNV
Wrench size | Recommended torque
T15 3.6 N-m

T20

6.0 N-m

Confirm the insert is com-
pletely fixed, then tighten the
screw for clamp set.

(Only the clamp set loosens
even if it doesn't completely
detach it and index or remove
the insert is possible.)

Be sure to fix the insert
completely by tightening
the clamp screw again.



A=I\=F L AL EIAS—=AYR
Modular head SDH type

TYPE

tINxEBEZRPIBA T
=i AIER

High efficient machining tool with edge sharpness

and strength.

C2-)i=] (= gV s 2098 27 @ Increased the insert strength

SHICRRELERL. FYvITEHZEELL, Fv T EEZRAE68%7 Y TUE U,
Fle MEBICIFMRBIEICEBNHIE [JCB8050] BRUNAMNEL. £
~ AN~ EEIM T THILATRE S E [JCE 1181651V F v,

Maximum 68% stronger than conventional Diemaster insert. In addition to conventional in-
sert grades, adopted new tough grade "JC8050" against chipping for unfavorable conditions,

and new grade "JC5118" for general use.

) |Vio /53798 Double clamp system

BYEIBREIIZITINO S TARERA. SS[CRE7 Yy TZRDE LI,

Adopted double clamp system for deep cut applications.

7162535 A) Adopted positive axial rake

‘R35.R5FvT—AR..4+6°
‘R6.R8F v F—AR..+8°

*R3.5 & RS inserts— A.R.;+6°
-R6 & R8 inserts—A.R.;+8°

=>YHIRRZRX21 %5V,

SDH

TYPE

G-Body,

=Reduced cutting forces 21% than conventional

Diemaster.

=S R7UFZE Through coolant hole

Fig.1
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G-Body;

Modular head SDH type

AU 38~40~—3

Fig.2

LF¥a1S5947 standard type

S

MD
F

P
condition 52~67~-y

FEHEID EHEANT

R yNINT M AUAIVIIT

~ ;% (mm) Dimensions wmFvT | ‘E.‘“B _5: ‘Parts i
BoE |t Aopleale et . et | o |
Cat. No. Stock | No-of 1 spe | R Lf |@Db| MD | W Q ’
inserts
A @

@SDH-Z‘] 50-R07-M8 | ® 2 15 3.5 23 | 13.8| M8 12 |RDOOQ7T2MO... [TSW-2556H|  — A-08SD| 1
@SDH'21 60-R07-M8 | @ 2 16 8.5 23 | 15 M8 12 |RDOOOQ7T2MO... [TSW-2556H|  — A-08SD| 1
SDH-2200-R07-M10| @ 2 20 3.5 30 | 18 M10 | 14 |RDOOQ7T2MO... [TSW-2556H — A-08SD| 1
SDH-2220-R07-M10| @ 2 22 8.5 30 | 20 M10 | 14 |RDOOQ7T2MO... [TSW-2556H = A-08SD| 1
SDH-2250-R10-M12 | @ 2 25 5 35 | 23 M12 | 17 [RDOO1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2280-R10-M12| @ 2 28 5 35 | 25 M12 | 17 [RDOO1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2300-R10-M16| @ 2 30 5 43 | 28 M16 | 22 [RDOO1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2320-R12-M16| @ 2 32 6 43 | 28 M16 | 22 [RDOO1204MO...|DSW-410H| DCM-18 | A-15 2
SDH-3320-R10-M16| @ 3 32 5 43 | 28 M16 | 22 [RDOO1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2350-R12-M16| @ 2 35 6 43 | 32 M16 | 22 |RDOO1204MO...|DSW-410H| DCM-18 | A-15 2
SDH-3350-R10-M16| @ 3 35 5 43 | 32 M16 | 22 [RDOO1004MO...|CSW-408H | DCM-18 | A-15 2
SDH-2400-R12-M16| @ 2 40 6 43 | 32 M16 | 26 [RDOO1204MO...|DSW-410H| DCM-18 | A-15 2

@ | X—H—1EEER,Standard stock items

) 1. RILPICF v TIIEIFHAATHDFE Ao BIEBKOHLIEEV, 2. EVAS—AYROHERFHTNLIIP.6ZTBRIIEE,

3. Y TIWISVTHNES A TIERBFCEF Y TMON I BBEZN T TBRIIEE, (P.68HR)
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.
3. In case of using double clamping modular head, please confirm “Insert set up installation points of double clamping mechanism type” (please see page 6).



Modular Heads ruwuer

SDH Modular head SDH type ZF AT Fine pitch type
TYPE & =5/ 7UFE Through coolant hole CEL N 52~57~—9)
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S & (mm) Dimensions WeFvS _ R “ B Parts i
< 7EEE| I Applicable inserts g;{piﬁk Vljr;z;
Cat. No. Stock ﬂ(s)er(g oDc| R Lf |@Db| MD | W “
S | &L ()7
SDH-3200-R07-M10 | @ 3 20 | 3.5 30 18 | M10 | 14 |RDOOQ7T2MO...| TSW-2556H A-08SD
SDH-3220-R07-M10 | @ & 22 | 35 | 30 20 | M10 | 14 |RDOOO7T2MO...[ TSW-2556H A-08SD
SDH-3250-R07-M12 | @ 3 25 3.5 35 23 | M12 | 17 |RDOOOQ7T2MO...| TSW-2556H A-08SD
SDH-3250-R10-M12 | @ 3 25 5 B85 23 | M12 | 17 |RDOO1004MO...| CSW-408H A-15
SDH-3280-R10-M12| @ | 3 28 | 5 35 | 25 | M12 | 17 [RDOO1004MO...| CSW-408H A-15
SDH-3300-R10-M16 | @ B 30 5 43 28 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-4300-R10-M16 | @ 4 30 5 43 28 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-4320-R10-M16 | @ 4 32 5 43 28 | M16 | 22 |RDOO1004MO...| CSW-408H A-15
SDH-3350-R12-M16 | @ 3 35 6 43 32 | M16 | 22 |RDOO1204MO0...| DSW-410H A-15
SDH-4350-R10-M16 | @ 4 35 |5 43 32 | M16 | 22 |RDOO1004MO...[ CSW-408H A-15
SDH-4400-R12-M16 | @ 4 40 6 43 32 | M16 | 26 |RDOO1204MO...| DSW-410H A-15
SDH-5420-R10-M16 | @ 5 42 5 43 32 | M16 | 26 |RDOO1004MO...| CSW-408H A-15

@ | X—H—1EEER,Standard stock items
) 1. RILFICF Y TFHEIHAALTHDFE B Ao BEBRHLIZE W, 2. EVAS—AYROHEERFH(TIFNILIEP.6ZTSRIEEL,
Note) 1. All cutters are supplied without inserts. 2. Please see page 6 for recommended tightening torque.

SD Inserts

TYPE
1B A Without chip breaker {EIRKHTI L With chip breaker {EIRHTI LD With chip breaker
Ju—nBL Tu—nftE TU—nftE
s T
B =
PESUR
Tu—nfdE

Rik—=22-MOER

FHV-AVIARIVA

|
@»Dc
@D

: T b
. PVDI—F4v%| <& (mm) . PVDI—F+/2J | ~& (mm) . BIEE & (mm)
& |BE PVDCOTated Dimensions & |BE PVD corted Dimensions & |[BE tug%;ledﬁ Dimensions
Cat. No. Tolerance Jcsonslicsotslueson|pDc] T | oD Cat. No. lmmuw‘m‘lcﬂuﬁ wslood] T [eD Cat. No. Tolerance F205 oDc| T | oD
RDMWO7T2MOT| M | @ | @ | @ | 7 27|28 RDGTO7T2MOE | G ® O 7/27|28 RDGTO7T2MOF-AL| G [ J 7127|128
RDMW1004MOT| M | @ | @ | @ | 10 | 41|44 RDGT1004MOE | G ® o 10144 | 44 RDGT1004MOF-AL| G [ ) 10 | 41|44
RDMW1204MOT| M | @ | @ | @ | 12 |48 44 RDGT1004MOT | G (K ) ) RDGT1204MOF-AL| G o 12 | 48|44
@ | X—H—7EEEmR.Standard stock items RDGT1204MOE | G [ BK ) 1214844 @ | XA—H—7EREESR.Standard stock items
RDGT1204MOT | G LR DTN S I NSEBBAIE, /5 Tk
RDMTO7T2MOE| M | © | @ | @ 712728 (FZ8DCM-176ULIEDCM-18) Z(F U TERALEEL.
RDMT1004MOE| M | © | @ | @ Note) In case of chip jamming of the screw,
RomTi004moT| M [0 | @ | @ 10 | 4.1 | 44 detached the clamp set (DCM-17 or DCM-18).
RDMT1204MOE| M [ © | @ | @
12 | 4.8 | 44
RDMT1204MOT| M | © [ J g

@ . X——7EEER . Standard stock items
O : FEBTEER.Soon to be stocked
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121 3 1 NG =i b e ANV =2 P B [ 721 D2 2o AON MSN Carbide shank holder

MSN

TYPE

=S NIUFZE Through coolant hole
. , _ BETEHS @
/ﬁl@“ﬁﬁ(ﬁ @SHEZNIRA For high productivity EEENNSEE .

@D2: I—S>/KJUE Coolant hole dia.

©

Ny

= = = = = [ | E7
&

i 8

o
} 21 | 1 A ‘

L

I VREIDv DT AT Endmill shank type

B = i ~F & (mm)  Dimensions B8 (ke) -
Cat. No. Stock ®Ds 21 L PD1 6n° MD PD2 Weight '
MSN-M6-12-S10C ° 10 12 60 9.7 — M6 3 0.06 | 1
MSN-M6-15-512C ° 12 15 60 | 115 — M6 3 0.08 | 1
MSN-M6-30-S10C ° 30 80 0.07
MSN-M6-50-S10C ° 10 50 | 100 9.7 — M6 3 0.09 | 1
MSN-M6-80-S10C ° 80 | 130 0.12
MSN-M6-30-S12C ° 30 80 0.11
MSN-M6-50-S12C ° 12 50 | 100 | 115 — M6 3 013 | 1
MSN-M6-80-S12C ° 80 | 130 0.18
MSN-M8-20-S16C ° 20 75 0.17
MSN-M8-40-S16C ° 16 40 % | .. 3 Vs . 022 |
MSN-M8-80-S16C ° 80 | 135 0.32
MSN-M8-120-S16C ° 120 | 175 0.42
MSN-M10-20-S20C ° 20 80 | 195 6 0.29
MSN-M10-40-S20C ° 40 | 100 | 19.5 B 039 | |
MSN-M10-40T-S20C | ® 40 | 100 | 185 | 0°43 039 | 2
MSN-M10-70-S20C ° 20 70 | 130 | 195 - V10 050 | 1
MSN-M10-90-S20C ° 9 | 150 | 195 — 4 0.60 | 1
MSN-M10-90T-S20C | ® 9 | 150 | 185 | 0°19 058 | 2
MSN-M10-140-S20C | ® 140 | 200 | 195 — 0.80 | 1
MSN-M10-140T-S20C | ® 140 | 200 | 185 | 0°12 077 | 2
MSN-M12-25-S25C ° 25 90 0.53
MSN-M12-55-S25C ° ”s 55 | 120 | 3 o . 072 |
MSN-M12-105-25¢ | @ 105 | 170 1.03
MSN-M12-155-25C | @ 155 | 220 1.34
MSN-M16-25-832C ° 25 90 0.85
MSN-M16-55-532C ° 55 | 120 1.13
MSN-M16-105-S32C | @ 105 | 170 1.59
MSN-M16-155-832C | @ 5 155 | 220 | 3 - o 204 |
MSN-M16-195-S32C | @ 195 | 260 2.40
@) MSN-M16-225-S32C | ® 225 | 290 2.57
@ MSN-M16-245-S32C | ® 245 | 310 2.74
@) MSN-M16-295-S32C | ® 295 | 360 3.17

@ | X—H—7EEERStandard stock items

) EVAS—AYROHEREMITNLIEP.39%ZTBIRLIEE L,
Note) Please see page 39 for recommended tightening torque.



MOd u Iar Heads FULL LINEUP
MSN

TYPE

I —SRIUFE Through coolant hole

.
ﬁl@—ﬁﬁ@ @SHEZINT A For high productivity

11 3 - G b i e ANV =2 P B [ 71 D2 2o A0 MSN Carbide shank holder

BRISHE @
RIBHETIRDIE

haiS
B i ~F & (mm) Dimensions B8 (ke)
Cat. No. Stock ®Ds L MD ®D2 Weight
MSN-M6-67S-S9.8C o 67 0.06
MSN-M6-1075-89.8C ° 9.8 107 M6 8 0.10
MSN-M6-82S-S10C o 82 0.08
10 M6 3
MSN-M6-122S-S10C ) 122 0.12
MSN-M6-80S-S11.8C [ J 148 80 M6 5 0.11
MSN-M6-120S-S11.8C o ’ 120 0.17
MSN-M6-908-S12C o 90 0.13
MSN-M6-130S-812C ° 12 130 M6 8 0.19
MSN-M8-978-S15C [ J 97 0.21
MSN-M8-1475-S15C ° 15 147 M8 4 0.33
MSN-M8-107S-S16C o 107 0.27
16 M8 4
MSN-M8-157S-S16C ) 157 0.40
MSN-M10-130S-S18C [ J 130 0.42
MSN-M10-190S-S18C ° 18 190 M10 4 0.62
MSN-M10-130S-S20C o 130 0.53
MSN-M10-190S-S20C o 20 190 M10 4 0.78
MSN-M10-250S-S20C o 250 1.02
MSN-M12-185S-S23C o 185 0.98
MSN-M12-2658-523C ° 23 265 M12 6 142
MSN-M12-145S-S25C ) 145 0.91
MSN-M12-215S-825C [ J 25 215 M12 6 1.36
MSN-M12-285S-S25C ([} 285 1.80
MSN-M16-160S-S28C o 160 1.22
MSN-M16-230S-S28C o 28 230 M16 8 1.77
MSN-M16-310S-S28C o 310 2.41
MSN-M16-157S-S32C ([} 157 1.61
MSN-M16-217S-S32C o 217 2.22
MSN-M16-2875-532C ° 32 287 M16 8 2.94
MSN-M16-357S-S32C o 357 3.66
@ | X—H—7EEER.Standard stock items
( EIAS—A\YRDMERTRIF NIV Recommended tightening torque for modular head )
. | g LYFHA4ZX(mm) | SAYRSMSAR;
Ty e o2 | S ) A BHUBOZE -
M6 80N 3 — ]EEab:d:OTh)bfumEilu\ﬁ%%%ﬁb\b‘ﬁﬁi’n’\b\ AN IDEEESN
M8 16N-m 10, 12 12 *%Eb‘.fg“b‘ S,
M10 16N-m 14, 15 17 agﬁ?htel':gng:tTlﬂglglcﬂ%egdeggd carbide holder, and also confirm there is
M12 20N-m 17 22 no gap between head and holder after tightening.
(M6 25N-m 22,26 27 )




TYPE =S NIUFZE Through coolant hole

..alﬁﬂ'libbilﬁjﬂ'lild%ﬂéG Body @¥a—h&A47

1 [GIBSTY] ez 5z (5OMmEIT) MTPRATHOID ST e & SANSRICH.
EG-Body (RF =LY+ D) EHRNZLET .
¢ Adopted ultra-rigid and improved body durability "G-Body". e Short type

ARRNNT A=V A ICHENTE

* Cost-effective and high strength steel shank holder.

IVRZIVYv T4 T Endmill shank type

// DIJET

el = D R I N P E N IR IO MGN G-Body steel shank holder

g @D2: J—S/KJWE Coolant hole dia.

Y = = = =

¢Dé h6

21 |

B = 1 ~ & (mm) Dimensions 8 (ke)
Cat. No. Stock oDs 01 L D1 Gn° MD ®D2 Weight
MGN-M8-17-S16 (©) 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 (©) 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 ©) 25 35 105 24 — M12 4 0.36
MGN-M16-37-S32 O 32 37 107 29 = M16 6 0.56
O : iLE7ERER. Soon to be stocked
F) EVAS—AYREMREEG-BodyiHEDEIFOUIRISRASE. P.41~78DHEEYHISRMRZZDFFEALIEE L,
Note) In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 41-78).
~N

é EBIaS5S—A\YRDMERTTF NIV Recommended tightening torque for modular head

RUY(X| @ohivs | VLI | o e
Thread Tightening Torque Wrench size except for SMSA|  Wrench size of SMSA
M6 8.0N-m 8 —
M8 16N-m 10, 12 14
M10 16N -m 14,15 17
M12 20N-m 17 22
M16 25N-m 22, 26 27

* I ROER
TESLVILSHEIC, (HEYEEOH TR, HidI%E,
BRRIDELDRERR< FEE LN,

Attention to mounting head
Clean the contact surface of head and carbide holder, and also confirm there is
no gap between head and holder after tightening.
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A=IN\=FAL AL EI2AS5—A\YR EEHIFE
TYPE Recommended cutting conditions for SDH and MSN
EI215—AYFSDH + BHE—®& (EYV215—\vREZ—ILEBEY v I 7 —I\)

SDH

TERZ(mm) [FyTTAX] Tool dia. [insert type]

wul s | TV 15 /16 (R3.5) 20/ 22 (R3.5) 20/ 22 (R3.5) 25 / 28 (R5)
Work materials | #%& [ 3% No. of teeth 2N %8 No. of teeth 2N %8 No. of teeth 3N %8 No. of teeth 2N
Grades [ 2 [ ap [ n [ Vi | 2 [ a | n | Vi| 2 [a | n | V| 2T a | n [ Vi
(mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (min"") |((mm/min)] (mm) | (mm) | (min") [(mm/min)} (mm) | (mm) | (min?) [(mm/min)
IR 70 | 1.4 |3,500|1,650f 70 | 1.5 |2,900|1,450| 70 | 1.2 |3,500(2,900| 90 | 2 2,400 | 1,400

(S50C, $55C) | 48050

Tﬁ%‘%OHBW‘ JC5040| 120 | 1.1 |3,5001,650| 120 | 1.2 2,900 |1,450| 120 | 0.8 |3,500|2,900| 140 | 1.5 |2,400 1,400
arbon steel JC5118

(C50, C55)
Below 250HB 160 | 0.6 3,300 (1,500| 160 | 0.7 |2,800|1,350| 160 | 0.5 |3,200(2,700| 210 | 1 |2,300 1,300

JUI\—R2/8f 1JC8050| 70 | 1.4 |3,300(1,550| 70 | 1.5 (2,800 1,400( 70 | 1.2 [3,300(2,600| 90 | 2 |2,200 1,300
(HPM7, PX5, NAKSO, P20){ JC5118

fﬁfﬂ%ﬁ’;‘sﬁe‘;ﬂm Jc8015| 120 | 1.1 3,300 1,550 120 | 1.2 |2,800|1,400| 120 | 0.8 |3,300/2,600| 140 | 1.5 |2,2001,300
(40HRCLLE)

1.2311, P20

(12811, P20) | ucrs

TE
(SKD61SKD11) 70 | 1.4 |3,300(1,550| 70 | 1.5 |2,800|1,400f 70 | 1.2 |3,300(2,600| 90 | 2 |2,200|1,300

@ 255HBLLT [ JC5040 120 | 11
Die steel JC5118 :

(1.2544,1 2370) 160 | 0.6 |3,200 1,500 160 | 0.7 2,700|1,350| 160 | 0.5 |3,1002,300| 210 | 1 |2,100 1,200

160 | 0.6 3,200 1,500( 160 | 0.7 |2,700|1,350| 160 | 0.5 |3,100/2,300( 210 | 1 2,100 1,200

3,300{1,550| 120 | 1.2 |2,800 1,400| 120 | 0.8 |3,300|2,600( 140 | 1.5 |2,200 1,300

2TV 70 | 1.4 |2,700(1,300( 70 | 1.5 |2,300|1,200| 70 | 1.2 |2,700(2,400| 90 | 2 1,800 1,050
(SUS304) JC8050
@ 250HBLAT[JC8015( 120 | 1.1 2,700 (1,300( 120 | 1.2 |2,300|1,200( 120 | 0.8 [2,700/2,400( 140 | 1.5 |1,800|1,050
Stainless steel |JC5118
Below 250HB 160 | 0.6 |2,600(1,250| 160 | 0.7 |2,200|1,100( 160 | 0.5 |2,600/2,200| 210 | 1 1,700 1,000

AR |G301e| 70 | 07 24001150 70 | 08 |2,000/1,000| 70 | 07 |2500 2000 90 | 1 16001000

%TL—hkL
B2 40-50HRC |simceitid| 100 | 05 2,400 1,150| 120 | 0.6 |2,000(1,000| 120 | 05 2,500 2,000| 140 | 0.5 | 1,600 1,000

: JCB0034E 3%
Hardened die steel | Joo0s3%

(13%4_1;161H2R%79) "o | 160 | 0.3 2,200{1,050| 160 | 0.3 1,900 950| 160 | 0.3 |2,200|1,800( 210 | 0.3 |1,500| 950

above 50HRC

(%‘E F(‘%) 70 | 1.4 |3,100|1,550| 70 | 1.5 |2,600|1,400( 70 | 1.2 |3,050(2,600| 90 | 2 2,100|1,300

fE300HBLLT [ JC8015 120 | 11
Grey & Nodular cast iron[ JC5118 )

3,100 {1,550 120 | 1.2 /2,600 1,400| 120 | 0.8 |3,050|2,600( 140 | 1.5 2,100 1,300

SO L 160 | 0.6 3,000 1,400| 160 | 0.7 |2,500/1,300| 160 | 05 |2.900(2.400| 210 | 1 |1,200|1,200
I 70 | 05 1,200 600 70 | 05 (1,000 500 70 | 05 1000 750| 90 | 0.5 | 780| 460

7 JC8050
ooy 48015 | 120 | 0.4 |1200| 600 120 | 0.4 |1000| 500| 120 | 0.4 |1000| 750| 140 | 0.4 | 780 460

35.43HRc  |JC09118

160 | 0.2 [1,100 490( 160 | 0.2 | 980| 440| 160 | 0.2 | 980, 660| 210 | 0.2 | 750| 410

. 70| 05 | 620 190| 70 | 05 | 510/ 160| 70 | 05 | 510| 240| 90 | 05 | 430| 170
B G |4C8015
= JC5118| 120 | 0.4 | 560| 190| 120 | 0.4 | 470| 160| 120 | 0.4 | 470| 240| 140 | 0.4 | 390| 140

Inconel
35-43HRC JC8050

160 | 0.2 | 520 190( 160 | 0.2 | 440| 160| 160 | 0.2 | 440, 240( 210 | 0.2 | 370| 140

FILSOLES 70| 2 8,600 4,800 70 | 2 7,20014,300f 70 | 2 7,200|6,400( 90 | 3.5 |5,700] 3,400

fiE<50-110HB
Aluminum alloy
50-110HB

FZ05 | 120 | 1.7 |8,600|4,800| 120 | 1.7 |7,200|4,300| 120 | 1.7 |7,200/6,400| 140 | 2 5,700 3,400

160 | 1.2 |7,000 4,900 160 | 1.2 |5,800 4,300( 160 | 1.2 |5,800/4,300( 210 | 1.5 |4,5002,200
0: IDRIVRHULRS, ap: YhAAEE, n: TEOERE, ViX)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vif: Feed speed

BER FOEEEIR
1) _EEEDOTIHISE A BEAR RIS LOT—VBIMEIC U TEREE R0,

2) VN RELGE I PNIAARSE EREESNBERL TRV HB3VEEIEEREE T THEARESN,

3) B DR R DIHE I ETTAHFRIERL TLESV RICN S L VIE T TERZEW,

4) I7—7O—CEWTIKTRRERERE T o TLEIW AFIC I MC TOXvET A I T T TR ITIERL 2T,
5) 7—9 DEEEH50-55HRCDIH & 1E. LECHIEIZRMAED ap, N, ViE30% T THERALEEV, EANEMIOHBE)

6) Fa A% - MHMERIGEXMIEITo TN,

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

5) In case of 50-55HRC, recommend to reduce 30% above dp, /1, V1. (In the case of hardened die steel)
6) In case of titanium alloy or inconel, recommended wet cutting.

RHELRS

‘ £: Overhung length

H
@®
g



®

MOdu Iar Heads FULL LINEUP

A=IN=F A XL EI25—"\Y FEVHIFF

Recommended cutting conditions for SDH and MSN

EY15—AvKSDHR + BE—# (EV15—AvRBF — U8B+ 57 —/\)

TERZ(mm) [FyTTAX] Tool dia. [insert type]

w4 | T [25(R3.5)/25 (R5)/28 (R5) | 30 (R5) / 32 (R6) / 35 (R5) 32/35 (R5) 30 (R5) / 35 (R6)
Work materials | & F# No. of teeth 3N F# No. of teeth 2N F# No. of teeth 3N F# No. of teeth 3N
Grades [ 2 [ ap | n vi | 2 | ap | n vi | 2 [ ap | n vi | 2 [ ap | n Vi
(mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (min™") [((mm/min)] (mm) | (mm) | (min") (mm/min)} (mm) | (mm) | (min?) [(mm/min)
P 90 | 15 |2,800|2,100| 100 | 2.5 |2,000|1,100| 100 | 255 |2,000 1,600 100 | 2 |2,100 1,900
(S50C, S55C) JC8050
ﬁg%OHBuT JC5040| 140 | 1.2 |2,800|2,100| 150 | 2 |2,000 1,100| 150 | 2 |2,000|1,600| 150 | 1.5 |2,100 1,900
G0 o |205118
Belon 250U 210 | 0.7 |2,600(1,900| 210 | 1.2 [1,900(1,000] 210 | 1.2 [1,900|1,400| 210 | 0.8 |2,000 1,600
FUN—R$8 | Jc8050
(e o 14CB080| 90 | 15 |2,600|2000| 100 | 25 |1,900|1,050| 100 | 25 1900|1550 100 | 2 |2000|1,800
"Efﬂ%ﬁ’&ﬁe‘jﬁc JC8015| 140 | 1.2 |2,600|2,000| 150 | 2 1,900|1,050| 150 | 2 11,900 1,550| 150 | 1.5 |2,000|1,800
(40HRCLLE)
12811, P20 e | 210 | 0.7 |2.400(1,800] 210 | 1.2 |1,800] 950| 210 | 1.2 |1.800|1400| 210 | 0.8 | 1900|1550
TE4H
KOO ) o 90 | 15 |2,500|1,600| 100 | 2.5 |1,900|1,050| 100 | 255 |1,900 1,550| 100 | 2 |2,000 1,800
fEE255HBILT 5
epoPiBiA T \C201g| 140 | 1.2 12,500/ 1,600| 150 | 2 |1,900(1,050 150 | 2 |1,900 1,550 150 | 1.5 2,000 1,800
“Egiﬁfbf’gsi?fg) 210 | 07 |2.400|1,400] 210 | 1.2 [1,800| 950| 210 | 1.2 |1,800|1,400| 210 | 0.8 |1,900 1,500
25U 90 | 15 |2,100|1,400| 100 | 2.5 |1,550| 850| 100 | 25 |1,550(1,250| 100 | 2 |1,750| 1,500
(SUS304) JC8050
FE250HBLITR|JC8015| 140 | 1.2 2,100 |1,400| 150 | 2 |1,550| 850| 150 | 2 |1,550|1,250| 150 | 1.5 | 1,750 1,500
Stainless steel [JC5118
Below 250HB 210 | 0.7 |2,000(1,000{ 210 | 1.2 [1,400| 800| 210 | 1.2 |1,400|1,200| 210 | 0.8 |1,600 1,300
BEANSA JC5118
(K007 oA b JCB0TS 90 | 0.8 |1,900|1,400| 100 | 1.5 |1,300| 750| 100 | 1.5 |1,300 1,100| 100 | 1.2 | 1,400 1,250
B 40-50HRC |soires b
Foronea o e | Sksoas | 140 06 11900 1400|150 | 1.2 |1.300| 750| 150 | 1.2 1300 1,00| 150 | 1  1400|1,250
(1334_1;16;%%79) W | 210 | 0.4 1,800 1,000] 210 | 0.7 {1,200 700| 210 | 07 1,200 950{ 210 | 0.5 1300/ 1,100
(i:ﬁg F(%%) 90 | 12 |2,500|2,200| 100 | 2.5 |1,800|1,000| 100 | 255 |1,800/1,500| 100 | 2 | 1,900 1,700
FE&300HBLLT | JC8015
o lodar o JC5113| 140 | 0.8 |2,500(2,200| 150 | 2 |1,800/1,000| 160 | 2 |1,800/1500| 150 | 1.5 1900 1,700
KA iaon 210 | 05 |2,300|1,700| 210 | 1.2 1,700 900| 210 | 12 |1,700|1350| 210 | 0.8 |1,800|1,600
@ggﬁ?ﬁm - 90 | 05 | 780| 690| 100 | 05 | 730| 470| 100 | 05 | 730 650| 100 | 05 | 730 650
Ttanum alloy|JC8015| 140 | 04 | 780| 690| 150 | 0.4 | 730/ 330| 150 | 0.4 | 730  650| 150 | 0.4 | 730| 650
35-434Rc  |JC9118
210 | 02 | 750| 620] 210 | 0.2 | 700| 260| 210 | 0.2 | 700| 600| 210 | 02 | 700 600
R 90 | 05 | 430| 260| 100 | 05 | 400| 170| 100 | 05 | 400/ 250| 100 | 05 | 400, 250
Eah sanAC |168015
sooast jggagg 140 | 04 | 390 210| 150 | 04 | 380| 150| 150 | 0.4 | 380| 230| 150 | 0.4 | 380 230
35-43HRC 210 | 02 | 370| 210 210 | 02 | 350| 130] 210 | 02 | 350 200| 210 | 02 | 350| 200
{;ﬁ!&iﬁv%ﬁﬁ 90 | 2.2 5700|5100 100 | 3.5 |4,500|2,700| 100 | 3.5 |4,500 4,100| 100 | 3.5 | 4,500 4,100
&50-110HB
Mo aloy | FZ05 | 120 | 19 |5700/5,100| 150 | 2 |4,500(2,700| 150 | 2 |4500(4,100| 150 | 2 |4500 4,100
50-110HB
160 | 1.5 |4500/5,100| 210 | 1.5 |3,600/1,800| 210 | 1.5 |3,600(2,700| 210 | 1.5 |3,600 2,700

0 IDRIVERHURS, ap: YHA#RS, n: TEEERRE, Vix)RE

WER LOESEIR
1) LROBIREE AN S SO T~ BIMICIEL TR S,

2) VUHRELHE I TAHRSE LREEL)HERL TV H BV EERREE T THERAIZEL,
3) BRBHREDB SR FFTUNAARSERL TSV RICN B LU VIE T TERLIZEL,
4) I7—7A—EWFIITRRERIRE AT o TSV BT SIUMC TOF v ET A I T TR FIBITEBL /230,

5) 7= DEESH'50-55HRC DB E 1E. ERREIHIZMFDap, N, Vi£30% T CTERLEZEV, (BANBMIOEE)

6) FHEE MHESEBEXMIET TS,

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 dp or Spindle speed.

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

4) Use air blow.

5) In case of 50-55HRC, recommend to reduce 30% above dp, /1, V1. (In the case of hardened die steel)
6) In case of titanium alloy or inconel, recommended wet cutting.

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed

L
C®

L RELRS

‘ £: Overhung length




// DIJET

SDH [ 2—/{—91 X<+ EJa5—AvK EEEIRE
TYPE Recommended cutting conditions for SDH and MSN

EI215—AYFSDHF + BEHE—®& (EY215—~\vREZ—ILEBEY v I 7 —I\)

TEZ(mm) [FvyTHAX] Tool dia. [insert type]

wul k| TV 30/32/35 (R5) 40 (R6) 40 (R6) 42 (R5)
Work materials | #%& [ X% No. of teeth 4N %8 No. of teeth 2N T8 No. of teeth 4N %8 No. of teeth 5N
Grades [ 2 ap | n Vi | @ ap | n Vi | @ ap | n vi | @ ap | n Vi
(mm) | (mm) | (min") (mm/min)] (mm) | (mm) | (min") |((mm/min)] (mm) | (mm) | (min") [(mm/min)} (mm) | (mm) | (min?) [(mm/min)
PRERH 100 | 2 12,100|2,500| 100 | 2.5 |1,550| 890 100 | 2 |1,900 2,300| 100 | 1.8 |1,7502,600

(S50C, $55C) | 4c8050

E§E5OHBLW JC5040| 150 | 1.5 |2,100|2,500| 150 | 2 |1,550| 890| 150 | 1.5 |1,900|2,300| 150 | 1.3 |1,750 2,600
arbon steel JC5118

(C50, €55)
Below 25018 210 | 0.8 |2,000{2,400| 210 | 1.2 {1,450 780| 210 | 0.8 |1,800|2,200| 210 | 0.7 | 1,650 2,400

TUI\—R8 |JC8050
(4PN, PX,NAKB0,P20)| 1Co 118 100 | 2 |2,000 2,400( 100 | 2.5 |1,500| 840| 100 | 2 |1,800|/2,100( 100 | 1.8 |1,700|2,500

#230-43HRC | jc8015| 150 | 1.5 | 2,000 2,400| 150 | 2 |1,500| 840| 150 | 1.5 1,800 2,100| 150 | 1.3 | 1,700 2,500

Mold steel N
(1.2311, P20) (40Tc§8féﬂ)

30-43HRC above 40HRC

TE
(SKD61 SKD11) 100 | 2 |2,000 2,400( 100 | 2.5 |1,500| 840| 100 | 2 |1,800|/2,100( 100 | 1.8 |1,700|2,600

R 255HBLLT | JC5040
Diesteel . |JC5118| 190 | 1

(1;%43,5{,215.%?_'789) 210 | 0.8 1,900 2,100 210 | 1.2 |1,450| 780| 210 | 0.8 |1,700 2,000 210 | 0.7 |1,600 2,400

210 | 0.8 |1,900|2,100| 210 | 1.2 |1,450| 780| 210 | 0.8 |1,700|2,000| 210 | 0.7 |1,600 2,200

2,000|2,400| 150 | 2 |1,500| 840 150 | 1.5 |1,800(2,100| 150 | 1.3 |1,700|2,600

2TV 100 | 2 |1,750(2,000| 100 | 2.5 [1,250| 700| 100 | 2 |1,550/1,600| 100 | 1.8 |1,400|2,100
(SUS304) JC8050
@ 250HBLLT[JC8015( 150 | 1.5 |1,750|2,000( 150 | 2 |1,250| 700( 150 | 1.5 [1,550/1,600( 150 | 1.3 |1,400|2,100
Stainless steel |JC5118
Below 250HB 210 | 0.8 [1,600|1,700| 210 | 1.2 |1,200| 670| 210 | 0.8 |1,500|1,400| 210 | 0.7 |1,250|1,600

(SKD%%?\D?(?'@DHA) jggg]g 100 | 1.2 |1.400/1.850| 100 | 1.5 1,050 550| 100 | 1.2 |1,350|1.350| 100 | 1.1 |1.250 1,500

%TL—hiL
& 40-50HRC Isomoeitid| 450 | 11,400 1,850| 150 | 1.2 [1,050| 550| 150 | 1 |1,350 1,350| 150 | 0.9 | 1,250 1,500

: JC80034E 3%
Hardened die steel | Joo0s3

(1%%%(’]1H§(’)79) "R | 210 | 05 1,300 1,700 210 | 0.7 | 1,000 520| 210 | 0.5 |1,300 1,100| 210 | 0.4 |1,150|1,300

above 50HRC

(E;*E F(‘%) 100 | 2 |1,9002,250( 100 | 2.5 |1,400| 800| 100 | 2 |1,700|2,050( 100 | 1.8 |1,650|2,400

fEE300HBLLT [ JC8015
Grey & Nodular cast iron[ JC5118

150 | 1.5 | 1,900 2,250( 150 | 2 |1,400| 800| 150 | 1.5 |1,700|2,050( 150 | 1.3 |1,650|2,400

BagL 210 | 0.8 |1,800|2,100| 210 | 1.2 1,300| 750| 210 | 0.8 |1,600|1,800| 210 | 0.7 |1550|2,200
N 100 | 05| 730 860| 100 | 05 | 580 350| 100 | 05 | 580 700| 100 | 0.5 | 60| 730

T J08050
oy 48015 | 150 | 0.4 | 730| 860| 150 | 0.4 | 580| 350| 150 | 0.4 | 580 700| 150 | 04 | 610, 730

35.43HRc  |JC09118

210 | 02 | 700, 800 210 | 0.2 | 550| 330| 210 | 0.2 | 550 660| 210 | 0.2 | 580| 690

. 100 | 05 | 400 330| 100 | 05 | 290/ 170| 100 | 05 | 200| 340| 100 | 05 | 300 310
WRSE | 108015

fE35-43HRC 15118

Inconel
35-43HRC JC8050

150 | 0.4 | 380, 310( 150 | 04 | 270| 160| 150 | 0.4 | 270| 320( 150 | 0.4 | 280| 290

210 | 0.2 | 350 270( 210 | 0.2 | 250| 120| 210 | 0.2 | 250 240| 210 | 0.2 | 260| 250

FILE=ILE 100 | 3.5 |4,5005,400( 100 | 4 |4,000/2,400( 100 | 4 |4,000 4,800 100 | 3.5 |3,800|5,700

fiE<50-110HB

Aluminum alloy
50-110HB

FZ05 | 150 | 2 |4,500|5,400| 150 | 2.5 |4,000|2,400| 150 | 2.5 |4,000/4,800| 150 | 2 3,800 5,700

210 | 1.5 |3,600|3,600{ 210 | 2 3,200(1,600| 210 | 2 3,200|3,200( 210 | 1.5 |3,000)3,700
0: IDRIVRHULRS, ap: YhAAEE, n: TEOERE, ViX)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vif: Feed speed

WER FOFEEEIR
1) _EEEDOTIEIEAE BEAR RIS LU0 —VBIMEIC RS U TR R0,

2) VUNRELGE I TNIAARSE ERBEESNHRL TV HB3VEEIEEREE T THEAREI,

3) BN DR B DIHE I ETTAARIERL TLESV L RICN S L VIE T TERL W,

4) I7—7O—CEWTITRRERIERE T o TLEIW AFIC I MC TOXvET A I T T TIBITTEBL S,
5) 7—9 DEEEH50-55HRCDIH & 1E. LECHIHIZRMAEDap, N, ViE30% T TERALEEV, (RANEMIOHBE)

6) Fa A% - MHMERIGEXMIEITo TSN,

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

5) In case of 50-55HRC, recommend to reduce 30% above dp, /1, V1. (In the case of hardened die steel)
6) In case of titanium alloy or inconel, recommended wet cutting.

RHELRS

‘ £: Overhung length

H
@D
2



MOdu Iar Heads FULL LINEUP

ZA—IN—F LA EI2S5—AvR EEIRGE LSEnTa
TYPE H.S.C. recommended cutting conditions for "SDH and MSN"
TIa15—AYFSDHf + BE—# (EVa15—~NvRRF— VBB v+ 77 —I\)

TER(mm) [FyTHAX] Tool dia. [insert type]

wu s | TV 20 /22 (R3.5) 25 (R3.5) / 25 (R5) / 28 (R5) 30 (R5) / 35 (R6)
Work materials | & X% No. of teeth 3N XE No. of teeth 3N K% No. of teeth 3N
Grades 2 ap n Vi 2 ap n Vi 2 ap n Vi
(mm) (mm) (min") (mm/min) (mm) (mm) (min") (mm/min) (mm) (mm) (min'") (mm/min)
(szg—«cﬁggm 70 0.3 5,400 | 4,800 90 0.3 4,200 | 3,800 | 100 0.3 | 3,300 | 2,900
i 250HBLLT 120 0.2 5,100 | 4,300 | 140 0.2 | 4,000 | 3,400 | 150 02 | 3,100 | 2,800
Carton st} (€20, 5°5) 160 | 01 | 4300 | 3600 | 210 | 01 | 3400 | 2850 | 210 | 01 | 2,600 | 2,150
TUI\—R /4
oo i 70 0.3 4,300 | 3,200 90 0.3 3,400 | 2,500 | 100 0.3 | 2,800 | 2,000
fEer30-43HRC 120 0.2 4100 | 2,900 | 140 0.2 3,200 | 2,250 | 150 0.2 | 2,700 | 1,800

Wola stee A2 2001 yc8015 | 160 | 01 | 3400 | 2400 | 210 | 01 | 2700 | 1,000 | 210 | 01 | 2,200 | 1,500

#*IL—HEl

(SK[%{E\S@DH) sRcenl 70 | 03 | 4300 3200 90 | 03 | 3400 | 2,500 [ 100 | 0.3 | 2,800 | 2,000
’ chipbreaker

o285 MBI T 120 | 02 | 4100 | 2,900 | 140 | 02 | 3200 | 2250 | 150 | 0.2 | 2,400 | 1,800
Die el 2344.1.2379) 160 | 01 | 3400 | 2400 | 210 | 01 | 2700 | 1,900 | 210 | 04 | 2,200 | 1,500
AT 70 | 03 | 3600 3200 | 90 | 03 | 2.800 | 2500 | 100 | 0.3 | 2300 | 2,000
B 250HBILT 120 | 02 | 3400 | 2900 | 140 | 02 | 2700 | 2250 | 150 | 0.2 | 2,200 | 1,800
et 160 | 01 | 2900 | 2400 | 210 | 01 | 2250 | 1,900 | 210 | 01 | 1,850 | 1,500
AT 70 | 02 | 4000 3000 | 90 | 02 | 3100 | 2,300 | 100 | 02 | 2500 | 1,850
(SKD61, DAC, DHA)
B 40-5014RC 120 | 012 | 3700 | 2,600 | 140 | 0412 | 3000 | 2100 | 150 | 0415 | 2.450 | 1,650
et e s 23157 160 | 0.06 | 3,200 | 2200 | 210 | 006 | 2,500 | 1,700 | 210 | 01 | 2,050 | 1,400
aE JO8003 =05 | 5700 5100 | 90 | 03 | 4500 | 4000 | 100 | 03 | 3600 | 3200
B 300HBILT 120 | 02 | 5100 | 4600 | 140 | 02 | 4300 | 3600 | 150 | 0.2 | 3,400 | 2,900
T o 300 160 | 01 | 4550 | 3800 | 210 | 01 | 3,600 | 3000 | 210 | 01 | 2,900 | 2.400
o m— LA 70 | 15 | 10100 | 12,000 | 90 | 17 | 8000 | 9600 | 100 | 2 | 6,400 | 7,700

BEE50-110HB | 705 | 120 1.2 110,100 | 12,000 | 140 14 8,000 | 9,600 | 150 15 | 6,400 | 7,700

Aluminum alloy

50-110HB 160 0.7 8,700 | 7,800 | 210 1 6,800 | 6,100 [ 210 1 5,500 | 5,000

0: IURIVERHELRE, ap: YhA#RE, n: TEOENRE, Vi E)RE £: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed

Ca kv -t o) = -8 Application for choice of inserts
TYPE

=) ik - T R - S50 TUN—RiH BRANE | FIVEE AR ATVUAM  |[7IVIZULEE
Work materials Cast iron, Carbon steel, Mold steel High hardened Titanium alloy, Stainless steel Aliminum
Cast steel Alloy steel steel Inconel alloy
#4%& Grades JC8003

JC8015 (JC5040/JC5118|JC8050(|JC8015 | JCBOSO [(50HRCLLE above 50HRC) JCB015 |JC8050 | JCB015 | JCB050 FZ05
JC5118 JC5118 JC8015 JC5118 JC5118

FZE& Cat.No. JC5118

RDMWO7T2MOT © © © © @) O

RDOTO7T2MOE * * ® O o © ([ © o

RDMW1004MOT © © © © @) O

RDOT1004MOT DA¢ Ag O © o

RDOT1004MOE o o © o

RDMWA1204MOT © © © © O O

RDOT1204MOT Y * O © o

RDOT1204MOE [ ) o © [

RDGTOOOOMOF-AL ©

*RDMWH: FL—A7%L without chip breaker +RDOTHS: FL—H1FZ with chip breaker
©: s5—¥#EE2 First choice, Good condition  O: —#&EIEI Moderate condition @: RNZELIEI Unfavorable condition  ¥¢: ERE7EIHEI Light cutting



A=IN\=F A XL EI25—"\Y FEVIHIFRF

H.S.C. recommended cutting conditions for "SDH and MSN"

TI215—AYRSDHE + FBE—# (EJV215—NvRRAT—IVEE v+~ 97 —I\)

[y

// DIJET

EH0 LA

TERZ(mm) [FyTT1X] Tool dia. [insert type]
wul s | TV 30/32/35 (R5) 40 (R6) 42 (R5)

Work materials | & T No. of teeth 4N F# No. of teeth 4N F# No. of teeth SN
Grades 2 ap n 3 2 ap n Vi ap n 3
(mm) (mm) (min') (mm/min) (mm) (mm) (min) (mm/min) (mm) (mm) (min) (mm/min)
s 100 | 03 | 3300 | 4000| 100 | 03 | 2900 | 3400 | 100 | 03 | 2,800 | 4,200
B 250HBLLT 150 | 02 | 3100 | 3600 | 150 | 02 | 2,700 | 3,050 | 150 | 0.2 | 2,650 | 2,400
Carbon stee (030, ¢55) 210 | 01 | 2,600 | 3000 | 210 | 01 | 2300 | 2550 | 210 | 01 | 2.250 | 3,150
R 100 | 03 | 2,800 | 2,800 | 100 | 03 | 2400 | 2,400 | 100 | 03 | 2,300 | 2,800
B30.43HRC 150 | 02 | 2,700 | 25500 | 150 | 02 | 2300 | 2150 | 150 | 02 | 2,200 | 2,500
L et gt JCB015| 210 | 0.1 | 2250 | 2100 | 210 | 0.1 | 1900 | 1,800 | 210 | 01 | 1,850 | 2100
s Effiﬁ%b 100 | 03 | 2,800 | 2,800 | 100 | 03 | 2400 | 2400 | 100 | 03 | 2,300 | 2,800
255 HBIU T 150 | 02 | 2700 | 2,500 | 150 | 02 | 2300 | 2,150 | 150 | 0.2 | 2,200 | 2,500
e el 210 | 04 | 2250 | 2100 | 210 | 01 | 1900 | 1,800 | 210 | 01 | 1,850 | 2,100
AT 100 | 03 | 2300 | 2,700 | 100 | 03 | 2,000 | 2,400 | 100 | 03 | 1,900 | 2,800
B 250HBIL T 150 | 02 | 2,200 | 2,400 | 150 | 02 | 1,900 | 21150 | 150 | 02 | 1,800 | 2,500
el 210 | 01 | 1,850 | 2,000 | 210 | o1 | 1,600 | 1,800 | 210 | 01 | 1,500 | 2,100
o 100 | 02 | 2550 | 2,550 | 100 | 02 | 2200 | 2,200 | 100 | 0.2 | 2,100 | 2,500
R 40-50HRC 150 | 015 | 2400 | 2250 | 150 | 015 | 2100 | 2,000 | 150 | 0.15 | 2,000 | 2,250
ot e s 2801267 210 | 01 | 2,050 | 1850 | 210 | 01 | 1750 | 1,650 | 210 | 01 | 1,650 | 1,850

JC8003

LS 100 | 03 | 3600 | 4300| 100 | 03 | 3200 | 4000 | 100 | 03 | 3,000 | 3,600
Ex300HBLIT 150 | 02 | 3400 | 3900 150 | 02 | 3000 | 3600 | 150 | 02 | 2,850 | 3,250
" oo 3000 210 | 01 | 2,900 | 3200 | 210 | 01 | 2550 | 3000 | 210 | 01 | 2.400 | 2,700
S hAE 100 | 2 6,400 | 10,200 | 100 | 25 | 5600 | 9,000 | 100 | 2 5,300 | 10,600
ﬁ;ﬁﬁg#g}g? FZ05 | 150 15 6,400 | 10,200 | 150 2 5600 | 9,000 | 150 15 | 5300 | 10,600
50-110HB 210 | 1 5500 | 6600 | 210 | 13 | 4,800 | 5800 | 210 | 1 4500 | 6,800

0 IDRIVRHURS, ap: thAKRS, n: TEREEERRE, Vix)ERE

WERALDOESEIR
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)
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)
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NOTE

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

£: Overhung length, ap: Depth of cut, N: Spindle speed, Vf: Feed speed

1) LEEDYIHIE A MRS LOT— T RIS ISC TREEL 280,
2) VUNWDRELIG BT THAHRSE L REHELNEH R TZIN . HBVNEEEREE T TREREEN,
KRB N R R DB E I ETTAARIFRL LIV CRICN B LV VIE T THEALLESL,
4) T7—7O—CEWEINFRRENIRE 1T > TRV BT AITMC TDX v ET A I T TN FAMIB IS B S,
5) J—7 DEIHE0-55HRCDIB A I, EEEEIEIE D ap, N, ViE30% T TEBLESL, (BANBINIOBS)

2) In case of chatter occurring, recommend to reduce the depth of cut p or Spindle speed.

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

4) Use air blow.

5) In case of 50-55HRC, recommend to reduce 30% above dp, 11, V1. (In the case of hardened die steel)

T T Avvlication

H—
@D

0. RHELEZX

‘ £: Overhung length

CEEsgEs LP@ L MZFULZE  KEEERIN 7 VS =0 LES [Seas T oUaSE| H mEmi |
ISO P01 P10§P20 P30 : P40 |M01:M10:M20:M30: M40 K01 : K10 { K20 : K30 [ NO1 §N10§N20 N30 | SO1 5510 §20 | S30 | HO1 : H10 : H20
[@Fz05] |
[ JC5040 |
Eﬁcﬁﬁ @Jc5118 @518 | o518 ] Gjustig
Range [4C8003/>
et |
o  [@4Jcsos0 . @Jcsos0 |




MOdUIar Heads FULL LINEUP

SD

TYPE

winlwb 24|V me =1 5=E-9=0 Attention for profile milling

L

SVEVIII Ramping

|
|
|
(e
N

)

AUBIVINI Helical interpolation
@Dn

ap
Tool dia.

TE&R ¢Dc

05T AUAIVINTEIFEDEEZFLEYHISRERD70%UT
TITULTLEE LY,
ORUV Y IINTHE. #5EEDREEIRLEHISRARDE50% LT T

MIULTLES L,

ORUUYIIITEHC I ERE U RUVLEID L THRUEIDIESH HDE

DT, ZLICIFTHERLTLIEEL,

HID7ZL

Remains

@V —)LI\ADEHTTE
Calculation of tool pass dia.

@dc = pDn—¢pDc
YV—)UINZE VAXES TE#
Tool pass dia. Bore dia. Tool dia.

@ —FZDDYNAFHFE D ERALAH
REQpEMAELVMRICUTLEE L,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

@Y —JL\ADEEEAMIFTIAvE
[CIEB KL ORBFFTEIDICL T EE LY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

ORUUYIHhSDSVEVIMIIFTH
BTNTLIEELY,

Do not continue ramping after drilling.

ONUHVINTEFCHIT ZDERHIDIE
LUlE B—Hy b ICTRELTL
ZE,

In case of helical interpolation, remove the core
by traverse milling.

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

feed speed from standard cutting condition table.

®In 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, con-

firm the safe condition sufficiently.

EEEMT | RIVE | RANE | RAIER |BRAUIAY| RAUBAGRS (@p) [&ARUUVT|
TERE | FyTRE-(R) |GI&ER ¢ D1| ¢ Dnmin. | ¢ Dhmax. |BEG(E)| R&:ap [MIBOHRELmm)| Rz |[AEREX
Tool dia. insert dia.  |Eff. Cutting dia.| Min. bore dia. | Max. bore dia.|Max. ramping| Max. depth Total cutting length at Max. drilling | Depth of
(mm) (mm) (mm) (mm) (mm) angle 6° of cut Max. dp depth holder face
(mm) (mm) (mm)
15 7(R3.5) 8 20 28 3 3.5 66.8 0.4 1.0
16 7(R3.5) 9 22 30 9°00' 3.5 22.1 1.5 25
20 7 (R3.5) 13 30 38 5°30' 3.5 36.3 1.5 25
22 7(R3.5) 15 34 42 4°35' 315 43.6 1.5 2.5
25 7(R3.5) 18 40 48 3°40' 35 54.6 1.5 25
25 10 (R5) 15 34 48 10°45' 5.0 26.3 2.5 3.5
28 10 (R5) 18 40 54 8°20' 5.0 34.1 2.5 3.5
30 | 10(R5) 20 44 58 7°15' 5.0 39.3 25 3.5
32 | 10(R5) 22 48 62 6°25' 5.0 44.4 25 35
32 12 (R6) 20 44 62 7°35' 6.0 45.1 25 3.5
35 10 (R5) 25 54 68 5°30' 5.0 51.9 2.5 3.5
35 12 (R6) 23 50 68 6°15' 6.0 54.7 2.5 B85
40 12 (R6) 28 60 78 4°55' 6.0 69.7 2.5 3.5
42 10 (R5) 32 68 82 4°05' 5.0 70.0 2.5 &3






