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Solid modular head "S-Head" SMSA type

J

m Features

1. 7—IVEBE Y v o7 —I\[ BE—# | [CER{F Il gElsF —IU 1. Solid multi-edge end mill that carbide shank can set.

BESIYTPAILTEI1S5— YK, 2. For general steel, difficult to cut materials such as heat
2. — A SATF VLA, MASE-FIVAESDES R SHEE resistant alloys and titanium alloys.

MITFETH G 3. Possil_lle to tinish_in_g I!y heel cutting for turbine blade
3. MZEBRE: E—UVINTIC&D5—EY TU—RBEH and die & mold finishing. _

FIFINT) 2R 82 OITEEH FF T EEEE, 4. ;(:I}%:me dia.(corner radius R0.5-R3) / No. of flutes:

4. p16~¢32(J—7FR0.5~R3) EBZF {1k (8 F-644H)

M#EE - F5 Y E2Z0MEEROEVENI TR ORMB IR . SiEOEE - REMmZXRIR
Reduced cutting heat generation and achieved H.S.C. and long tool life on difficult to cut materials such
as heat resistant alloys and Ti alloys.

CIEIEICEBN TS TILRI IR

Excellent cutting by positive geometry

REICEDEMMERY GssrbmEs)
Ground high rigid screw (Patent. Pending)

MBEDSIT AR W
Original radius shape ; '- LY \!

OU—RZENA TcEmEd <L)
H7ZHRA

ORFEE: £0.01mmIUT

Adopted helical lead gash from

R1 or more.

Radius form accuracy:

Below 0.01mm

AT |

VA

\i\ 'l‘ﬂ!lIIIIF
\

##DIRLZEREL  High repeatability on )
iz M BN BRI -7« IN\U1——h [$#A BT EEE mounting
Adopted high thermal resistance DV coating o LEE 107 — I\ BB Ty B DA ERN

WHaS 75 AR SOUMMECH BN HERLERT (001 mm PORIEIISENSEL CRONS

’ : ) ¥ OZDRUAEE: 0.01mmELT
Excellent thermal & wear resistance against heat resistance alloys and Ti alloys. 0.D. Run out :Below 0.015mm  Repeatability: Below 0.010mm

ZAEERICED The high efficiency machining)
ERESERILIITHITIRE by multi cutting edge.

REINT-AENTICSVTREE - ReeRE L LTI H aIEE

High accuracy and efficiency finishing can process in bottom and side cutting.
AERBICKDEMIER
EAZFALINTEICT YRS )VHREBLDAERHEHZT O EICKDRFinZERR

Long tool life is achieved by coolant through the center in case of using end cutting edges.

PIb L FHEHIEICEBNTE  Excellent chip evacuation
LGOWEAX vy a4y vk by wider end gash pocket

AL—X[CEHAXDYIDL FHEEHETE, SV EY T TERIFSE#IC KDL EFIMIHaIEE

Chips can be smoothly evacuated from end cutting edges, and it is possible to work
with simultaneous multi axis, such as ramping.

Long tool life by internal coolant supply

7))-1l:3:17 Cutting performance

- AIE EFIE RS

#HI#4 Material: S50C €50 (1049)
EHIZ44 Cutting conditions: Dc=16mm, /1=6000m/min-, Vc=300m/min, V/f=2000m/min, fz=0.04mm/t, dp=8mm, 2e=0.05mm
ZZH LR Overhung length: £=70mm, 77—~ H— Down Cut by down cut with air blow
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=5 R7UFE Through coolant hole
l-.n AN
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LI AW DX DR SV 9N Solid modular head "S-Head" SMSA type

RUhA45°

r_ [ o
|
|
a L GCRE=D)

Helix angle: 45° 2 =1xpDc
> T_r :f (mm) Dimensions
o & || MiE | I ‘
Cat. No. Stock | Grade | No.of r ¢Dc 1Y Lt ®Db MD W
inserts
SMSA-8160R05-M8 | ® 8 0.5
SMSA-8160R10-M8 | @ 1
SMSA-6160R20-M3 | ® 3 2 16 16 80 15 M8 14
SMSA-6160R30-M38 | ® 8
SMSA-8200R05-M10| @ 0.5
SMSA-8200R10-M10| @ 8 1
SMSA-8200R20-M10| ® | 2 20 20 35 9 M10 17
SMSA-6200R30-M10 | ® g 6 3
SMSA-8250R10-M12| @ 0 8 1
SMSA-8250R20-M12| @ 1 2 25 25 43 24 M12 22
SMSA-6250R30-M12| ® | 9 | 6 3
SMSA-8300R10-M16 | ® 8 1
SMSA-8300R20-M16 | @ 2 30 30 56 29
SMSA-6300R30-M16| ® 6 3
SMSA-8320R10-M16| ® . 1 M16 27
SMSA-8320R20-M16 | ® 2 32 32 56 30
SMSA-6320R30-M16| ® 6 3
@ | X—H—TERER Standard stock items
=W 3:rlnbsi={nFc5—¢1 Attention to mounting S-Head
(S’\yl*‘ﬁ{?ﬂj‘h}l;b Recommended tightening torque for S-Head)
BEAELESLOEELEDID. HIIFNLIE BRD 1/SEEDNS VA THF T,
Please tighten the tightening torque by the power of about usual 1/5 to become uniting carbide head & shank.
TEZ ¢pDc(mm) —_EtE Wmm) AINFE 6 : MRS TNV
Tool dia. Spanner size Spanner Tightening torque

016 14 DS-14 16N'm

020 17 DS-17 16N'm

»25 22 DS-22 20N'm

¢30 27 DS-27 25N-m

¢32 27 DS-27 25N'm

KANFEEI2S—AYRKEICEMBLTHBDER Ao FIEHBRHLIEEL,

S-Head are supplied without spanner.



5 l I _— in Ii H Solid modular head "S-Head" SMSA type

S oo s LNV ) s il 5= 9= Attention to using modular head and MSN Carbide shank holder

TBE—®& (EYaS5—AYRAF—ILBEY v o7 —I\) BERD;EE Selection of "MSN Carbide shank holder"

EIAS—AYFOFELD 1 mmLl LHROHVEE—EZEEL TIEEL,
IO FDH\FHAH KD, TRE—EH TR T DERNBDET

Please select MSN carbide shank that diameter (¢D1) is 1mm or more smaller than modular head (¢Dc).
A wrong selection causes the carbide shank damage.

¢Dc—¢D1=1mm GE

U7 S5V X0.5mmBl EHE
Clearance necessary
more than 0.5mm

TRE—BOEE: oD

MSN carbide shank
neck diameter

I F&ZRET DD J—3 V8 IT7TO0—0
ERZEHELET,
Coolant or air blow is recommended to remove the chips.

EIa15—A\YRDHR: ¢Dc
Modular head cutting diameter

£ EIFINTIEFE. IO < FDHFHAFHCKDITEDDECIEHDF R o (FUF SV RA0.EmmIU T CEREGDFE A )
In case of finishing operation, the damage risk of the carbide shank is low. Clearance more than 0.5mm is not necessary.
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| e NGRS S P |V el DA ES IV MSN Carbide shank holder

=5 R7UTE Through coolant hole
)/ — _ » BEISHA @
o= @SEEZNNTIA For high productivity madRaRe M

- A -y

pD2: I—Z2RjUE Coolant hole dia.

T
|
|
|
|
|
¢Dé hG‘

21

IVRZIVIv T4 T End mill shank type

B E e < 3% (mm) Dimensions 2 (ke) g
Cat. No. Stock ®Ds 21 L PD1 an° MD PD2 Weight ’
MSN-M8-20-S16C [ ) 20 75 0.17
MSN-M8-40-S16C [ ) . 40 95 . . e 4 0.22 )
MSN-M8-80-S16C [ ) 80 135 0.32
MSN-M8-120-S16C [ ) 120 175 0.42
MSN-M10-20-S20C o 20 80 19.5 6 0.29
MSN-M10-40-S20C ° 40 | 100 | 195 | 039 | |
MSN-M10-40T-S20C o 40 100 18.5 0°43' 0.39 2
MSN-M10-70-S20C [ 20 70 130 19.5 = M10 0.50 1
MSN-M10-90-S20C [ ) 90 150 19.5 - 4 0.60 1
MSN-M10-90T-S20C o 90 150 18.5 0°19' 0.58 2
MSN-M10-140-S20C [ ) 140 200 19.5 — 0.80 1
MSN-M10-140T-S20C | © 140 200 18.5 0’12’ 0.77 2
MSN-M12-25-S25C [ ) 25 90 0.53
MSN-M12-55-S25C [ ) 55 120 0.72
MSN-M12-105-S25¢ | @ 2 s 10 A - Mz ® 108 | |
MSN-M12-155-825C [ ) 155 220 1.34
MSN-M16-25-832C [ ) 25 90 0.85
MSN-M16-55-S32C o 55 120 1.13
MSN-M16-105-832C [ ) 105 170 1.59
MSN-M16-155-S32C o 39 155 220 09 . M16 8 2.04 ;
MSN-M16-195-832C [ 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——7EEEm Standard stock items
4 N
SAYRDEEFTHFNILS  Recommended tightening torque for S-Head
el B A IR L o2
Vs 16N-m 7 TEBKVRILYHEIC (ENSEODERL. M6, MENVEL DR,
mg ;g,’: : ;Z *agﬁlt'lzg:)]ng]ctn;?r:;rc':l;%egdegr?d carbide holder, and also confirm there is no gap between head and
M16 25N-m 27 holder after tightening.




5 I I _— sn Is H Solid modular head "S-Head" SMSA type

=5 R7UFE Through coolant hole

L
m@.ﬁﬁ{ﬁ O SHEZMIA ror high productivity

|5 e 1 NE R ST =2 P S0 221 2 22998 MSN Carbide shank holder

BEIERS @
RIIATRGRE

0
'*— -
g @D2: J—S>/RJUE Coolant hole dia.
’EDTT?L - ,;7, e e B —— [
| .
ARLU—R7—I\Z A T Straight arbor type
. st 7% (Mm) Dimensi -
% & e R D £8 (ke)
Cat. No. Stock ®Ds L MD ®D2 Weight
MSN-M8-978-S15C { 97 0.21
15 M8 4
MSN-M8-1478-S15C [ 147 0.33
MSN-M8-107S-S16C { 107 0.27
16 M8 4
MSN-M8-157S-S16C [ 157 0.40
MSN-M10-130S-S18C { 130 0.42
18 M10 4
MSN-M10-190S-S18C [ 190 0.62
MSN-M10-130S-S20C { 130 0.53
MSN-M10-190S-S20C [ 20 190 M10 4 0.78
MSN-M10-250S-S20C { 250 1.02
MSN-M12-185S8-S23C [ 185 0.98
23 M12 6
MSN-M12-265S-S23C ] 265 1.42
MSN-M12-145S-S25C [ 145 0.91
MSN-M12-2158-S25C  J 25 215 M12 6 1.36
MSN-M12-285S-S25C [ 285 1.80
MSN-M16-160S-S28C { 160 1.22
MSN-M16-230S-S28C { 28 230 M16 8 1.77
MSN-M16-310S-S28C [ 310 2.41
MSN-M16-157S-S32C ( 157 1.61
MSN-M16-2178-8S32C [ 217 2.22
32 M16 8
MSN-M16-287S-S32C (] 287 2.94
MSN-M16-357S-S32C ] 357 3.66
@ | X—H—7EEERStandard stock items
4 )
SAYROHEEE(FIFNILZ  Recommended tightening torque for S-Head
GUU’(Z“ i, p J Do =1
Thread TTg;h{tEr!gg!\ Tjolﬁqaue Djv?l:rz;?s(ig?m) *ﬁ‘-ﬁﬁlﬂ%@&a
M8 16N-m 14 TESKIUMNIVIHEIC, HEPEFEVDERL. #ifT I BREDIEVD SR IEE L,
M10 16N-m 17 . .
% Attention to mounting head
M12 20N-m 22 Clean the: contact sur:":icelof%ead and carbide holder, and also confirm there is no gap between head and
M16 25N m 27 holder after tightening.
\ J
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TEE G-Body(’E*‘)‘:LE—’\'yFFHZ?—}IzDv‘/OT’—I(') MGN G-Body steel shank holder
TYPE
/{ﬂ@ O AIEH DA MICENZG-Body @Ya—hy17

-Bady OEHUREHIEL (BOMmMUT) TP iAMTIEF DO Fiilidr Zds
[CKRBIPEMRICIE AAMNT+—T 2V A ICHEBNTTEEIG-Body
(RF = ov ) EHRVELET,

¢ Adopted ultra-rigid and improved body durability "G-Body". e Short type
¢ Cost-effective and high strength steel shank holder

g @D2: J—Z>/RjUE Coolant hole dia.

LB | g
\ o1 |
\ L
IVRZIVIv T4 T End mill shank type
> S & (mm) Dimensions -
& £ ’ B8 (ke)
Cat. No. Stock ®Ds 01 L D1 on° MD ®D2 Weight
MGN-M8-17-S16 O 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 @) 20 30 100 19 = M10 4 0.21
MGN-M12-35-825 ©) 25 35 105 24 - M12 4 0.36
MGN-M16-37-S32 ©) 32 37 107 29 = M16 6 0.56
O : FEETEER.Soon to be stocked
i) SAYRETEEG-BodyfHHE D B IFDOEIHIZAE. P8~ DHEEIHIRMRZE ZDFFEALEE L.
Note) In case of using SMSA combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 8-9).
4 )

SAYROHERF(TIFNILY  Recommended tightening torque for S-Head

RUYAZ | @HINLS LYFHAAmm) im0
Thread Tightening Torque Wrench size
. T BB KU SHE. FEMEEODEERL. S, RSO R FEE U,
L LT 17 * Attention to mounting head
M12 20N-m 22 Clean the contact surface of head and carbide holder, and also confirm there is no gap between head and
M16 25N -m 27 holder after tightening.
. J

MEAECBN R EH+HREDGNUIEC KD, REES65HRCLL EEFIBEN DEZERIEEMIIE T, 24w
AMEB KU T EFZIER M mE30% L E7 v T, BEEMIREICOMAZRIELET

- B 0 d ESIC DL FDIBE. BOREZNFTINREHDFET .
y Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert

pocket and holder against thermal deformation, improved body durability and tool life by 30% or more, compared with competitor's
tool. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.




=17 Cutting data for "S-Head"

Solid modular head "S-Head" SMSA type

J

1. FyvEERTyMAET_EFIII Finishing inner side wall for Ti alloy.

RHELKRE Overhung length: 63mm

R Result
FSA0mmOBAIELE LTI EHTH40W T T L.
MIEHEEHRz=2.59umERLF,

S-Head could finish finishing inner side wall
(40mm depth) in 40mm sec. Rz=2.59 um.

" % # Part name FZARE—2X Test piece
21;; % Hl Material F4 &% (Ti-6Al-4V) Tialloy
H t&E fa3 Hardness 41HRC
By 7 = v | semEeT
57| 7R Grade JC8015
giﬁgg n, (Vc) Nn=2,000min-!, Vc=100m/min
_é ﬁbogg Vi, (f) Vf=1,000mm/min , f=0.5mm/rev
S ':g ap(mm) 5mm (1/A#x47-V) per revolution)
“® é’ de(mm) 0.1mm
S J—3Vhk Coolant IZhJO— Mist
fER%M  Machine IIHMC Vertical MC

2. E—UVINTICKDY—EYTU—REERMT

F(FHNT Finishing by heel cutting for turbine blade.

LK Overhung length: 60mm " EZ i Part name 42—EL7L—K Turbine blade
<
*IZ 30 #® HI & Material 257> L Z$l VA stainless steel
& fiE [y Hardness 230-290HB
& y SMSA8320R10-M16 (SA V)
A3 m &  ToolNo. MGN-M16-37-S32 (FAEG-Body)
T W 9
= ;;H 7’*’% Grade JC8O15
gzﬁgg n, (Vc) n=1,492min-! , Vc=150m/min
=4
@ Ebbgé Vi, (f) Vi=4,774mm/min , f=3.2mm/rev
9
ES S | ap(mm) 0.1~0.2mm
o
iy o
#&3R Result 2| Eemm Amm
ZAL—RICIITE BEREELTUT, 5 _ N
334 T100fEM IS T L. &5 (CHERT I TRI BE, O -3k Coolant JE3N (94ER%G7H) Water soluble
Smooth cut. Accuracy was okay. S-Head could finish
/ / {55 FR R At Machine IFMC (15kw) Vertical MC

100pcs. for 334min. and able to continue.

3. =AY oOAIEE EIFII Finishing side su

rface for chemical tank.

RELRS Overhung length: 115mm w0 & n Part name 3IHIEY Chemical tank
i«
*IZ;C’ #® Hl #  Material TIUN—F48 (PX5) P20
# fE < Hardness 32HRC
& % SMSA8320R10-M16 (S~ vF)
A3 m &  ToolNo. MSN-M16-55-S32C (&R — &)
Lr | FyIRE
=l *Z iE Grade JC8015
EERET _ N _
UIEIRE n, (Vc) n=1,500min"! , Vc=151m/min
%0 & E 3 N
_é x b B Vi, (f) V{=320mm/min , f=0.21mm/rev
ES § &8p(mm) 32mm
[e]
=t o
&R Result 2| Eemm 0.05mm
PiAH RS QpE AMRIC_EFBIENTE, g - N
RITRIVINTRERGEEER, O J9—3Uhk Coolant I770— Air
S-Head improved efficiency 6 times faster than ] o .
conventional tool due to more depth of cut. 15 PR A Machine SLAMC (15kw) Vertical MC
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R YA s [EZE 3 Recommended cutting conditions for SMSA
OIEDEI Shoulder cutting

TEZ (mm) Tool dia.
" YhAHE
% Hl 24 HiE 16 20 25 30/32
Work materials Type of
machining g n Vi 2 n Vi 4 n Vi 4 n Vit
(mm) (min') | (mm/min)| (mm) (min') | (mm/min)| (mm) (min") | (mm/min)| (mm) (min)  [(mm/min)
RS- 52 ap 70 | 3,800 900 75 | 3,200 800 100 | 2,500 600 110 | 2,100 | 500
(S50C, SCM440) A
B 250HBLLT e 110 | 3,400 | 700 | 125 | 2,700 | 550 | 150 | 2,300 | 500 | 160 | 1,900 | 420
Carbon steel, Alloy steel
(C50, 1.7223) ae=Dc
Below 250HB ap=0.03Dc [ 150 | 3,200 600 175 | 2,500 500 200 | 2,000 400 210 | 1,800 | 370
70 | 3,800 900 75 | 3,200 800 100 | 2,500 600 110 | 2,100 | 500
25U p ! ’ ’ !
(SUS304) -
e 250HBLL T 110 | 3400 | 700 | 125 | 2,700 | 550 | 150 | 2,300 | 500 | 160 | 1,900 | 420
Stainless steel
Below 250HB de=Dc
ap=0.03Dc | 150 | 3,200 | 600 | 175 | 2,500 | 500 | 200 | 2,000 | 400 | 210 | 1,800 | 370
FUN—R5H ap 70 | 2,800 | 600 | 75 | 2,400 | 600 | 100 | 1,900 | 500 | 110 | 1,600 | 400
(HPM7, PX5, NAK80, P20)
@fﬂiﬁ’;‘sfe';m @ | 410 | 2500 | 500 | 125 | 2,000 | 400 | 150 | 1,700 | 400 | 160 | 1,500 | 320
(1.2311, P20) ge=Dc
30-43HRC ap=0.03Dc | 150 | 2,400 450 175 | 1,900 350 200 | 1,500 300 210 | 1,400 | 280
MASE ap 70 800 200 75 600 150 100 500 120 110 400 | 100
(Inco718)
FEer35-43HRC ae
e —— 110 700 150 125 550 120 150 450 100 160 380 90
(Inco718) de=<Dc
35-43HRC ap=0.08Dc | 150 600 120 175 500 100 200 400 80 210 350 80
FYIEE ap 70 | 1,900 450 75 | 1,600 400 100 | 1,300 300 110 | 1,100 | 260
((6AL-4V Ti)
fEer35-43HRC ae
Titanium alloy 110 | 1,700 350 125 | 1,400 300 150 | 1,100 250 160 | 1,000 | 220
(Ti-6AL-4V) ae=Dc
35-43HRC ap=0.03Dc [ 150 | 1,600 300 175 | 1,300 250 200 | 1,000 200 210 900 180
FILZE ap 70 | 6,000 | 1,300 75 | 5,000 | 1,200 100 | 4,000 | 1,000 110 | 3,200 | 800
(A5052)
L @ | 410 | 5000|1100 | 125 | 4000 | 900 | 150 | 3,500 | 800 | 160 | 2,900 | 650
Aluminum alloy
(A5052, A7075) ae=Dc
50-110HB ap=0.03Dc | 150 | 4,500 | 1,000 | 175 | 3,500 | 700 | 200 | 3,000 | 600 | 210 | 2,700 | 550

2 IDRINRHULERS, n: TERERE, Vi xWERE, ap YhAARE, ae:Ev771—K £:O0verhung length, N: Spindle speed, Vi: Feed speed, @p: Depth of cut, @e: Pick feed

WERA LDOFEEIE

1) BIETE B TICHEWT HIBE AL TICTIN I DR Z R L CRMB DOEMNERE  BARTLAAEEAELTMIMEE LTS
I A EEHRENLET,

2) BEEMELFINTIC SV BARYAAE%/NSL BB DTV 7 AFIREBH U Z AEHRICLNTIKTEAEEL T EEYMNIICES
MIZhEE EFBINTHEEHIZNLET,

3) ASERE OIS FIIFRIBE A L DEERIEOWED /=8 KB LI TEHT, T7 70—HLIEREBIRMEHEROZLET,

NOTE

1) In case of finishing side face, improve the productivity by increasing ap and reducing ae to reduce heat generation.

2) In case of finishing bottom surface, improve the efficiency by cutting radius edge at shallow ap to increase feed speed.
3) Recommend to use internal coolant supply to reduce cutting heat and built up edge problem.




Solid modular head "S-Head" SMSA type

Y\ B8 s 40 [ESE M Recommended cutting conditions for SMSA

OEmEIEI Bottom cutting

TE#Z (mm) Tool dia.
N thAH £
# 8l #4 B 16 20 25 30/32
Work materials Type of
machining 4 n Vi 4 n %; g n V¢ 2 n Vit
(mm) (min') | (mm/min)| (mm) (min") | (mm/min)| (mm) (min') | (mm/min)| (mm) (mint) [ (mm/min)
R AR ae 70 | 3,800 | 3,000 | 75 | 3,200 | 2,600 | 100 | 2,500 | 2,000 | 110 | 2,100 | 1,700
(S50, SCM440) |
BE250HBLT Tap 110 | 3,400 | 2,700 | 125 | 2,700 | 2,200 | 150 | 2,300 | 1,800 | 160 | 1,900 | 1,500
Carbon steel, Alloy steel
(€50, 1.7223) ae=Dc
Below 250HB ap=0.03Dc | 150 | 3200 | 2,600 | 175 | 2,500 | 2,000 | 200 | 2,000 | 1,600 | 210 | 1,800 | 1,400
a 70 | 3,800 | 3,000 | 75 | 3,200 | 2,600 | 100 | 2,500 | 2,000 | 110 | 2,100 | 1,700
257U ¢
(SUS304) L
FEE250HBIL T Tp 110 | 3,400 | 2,700 | 125 | 2,700 | 2,200 | 150 | 2,300 | 1,800 | 160 | 1,900 | 1,500
Stainless steel e
Below 250HB =
eow ap=0.03Dc | {50 | 3200 | 2,600 | 175 | 2,500 | 2,000 | 200 | 2,000 | 1,600 | 210 | 1,800 | 1,400
TUYN—RV8E e 70 | 2,800 | 2,200 | 75 | 2,400 | 1,900 | 100 | 1,900 | 1,500 | 110 | 1,600 | 1,300
(HPM7, PX5, NAKB0, P20) |
‘T’Eﬁ?{;“sfe:'lm %1 110 | 2500 | 2,000 | 125 | 2,000 1,600 | 150 | 1,700 | 1350 | 160 | 1500 | 1200
(1.2311, P20) ae=Dc
30-43HRC ap=0.03Dc | {50 | 2,400 | 1,900 | 175 | 1,900 | 1,500 | 200 | 1,500 | 1,200 | 210 | 1,400 | 1,100
eSS ae 70 | 800 | 650 | 75 | 600 | 500 | 100 500 | 400 | 110 | 400 | 320
(Inco718) |
[@e35-43HRC ap
o T 110 | 700 | 550 | 125 | 550 | 450 | 150 | 450 | 360 | 160 380 | 300
(Inco718) ae=Dc
35-43HRC ap=003Dc | {50 | 600 | 500 | 175 | 500 | 400 | 200 | 400 | 320 | 210 360 | 280
FyvED ae 70 | 1,900 | 1,500 | 75 | 1,600 | 1,300 | 100 | 1,300 | 1,000 | 110 | 1,100 | 900
((6AL-4V Ti) |
E35-43HRC ap
Ftanium alloy 110 | 1,700 | 1,400 | 125 | 1,400 | 1,700 | 150 | 1,900 | 900 | 160 | 1,000 | 800
(Ti-6AL-4V) ae=Dc
35-43HRC ap=0.03Dc | 150 | 1,600 | 1,300 | 175 | 1,300 | 1,000 | 200 | 1,000 | 800 | 210 900 | 700
FIL=E ae 70 | 5700 | 4600 | 75 | 4,800 | 3,800 | 100 | 3,800 | 3,000 | 110 | 3,200 | 2,600
(A5052) |
®&50-110HB Tap 110 | 5100 | 4100 | 125 | 4,100 | 3,200 | 150 | 3,400 | 2,700 | 160 | 2,900 | 2,300
Aluminum alloy
(A5052, A7075) ae=Dc
50-110HB ap=0.03Dc | {50 | 4,800 | 3,800 | 175 | 3,800 | 3,000 | 200 | 3,100 | 2,500 | 210 | 2,700 | 2,100

2: IDRIVRHLRS, n: TERERE, Vi X)RE, ap YHAARSE, de:Evy771—K £:O0verhung length, N: Spindle speed, Vi: Feed speed, a@p: Depth of cut, @e: Pick feed

BERALOESEIR

1) AIEE B TICHEWT IHIBE R ZE TN Y DEEARFREZE L RS DEMNERLE A RTHIAABEAZLTMIHEE LTS
T A EEHRENLET,

2) EEME LISV T S ARYHAAE%/NEL BN TV 7 AMIREBH I Z AEHRIC LTI TEAEEL T &EYMIICES
MIRhEE EIFBINTHEEHEOZLET,

3) WERE DI I FRIBE T K DEERGLLDWRED /28 KB LI TEE, T7 T0—6UIIAERARREHIRNZLET,

NOTE

1) In case of finishing side face, improve the productivity by increasing ap and reducing ae to reduce heat generation.

2) In case of finishing bottom surface, improve the efficiency by cutting radius edge at shallow ap to increase feed speed.
3) Recommend to use internal coolant supply to reduce cutting heat and built up edge problem.
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DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) HECE
Room No0.1007 Tomson Commercial Building., 710 Dongfang Rd., DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Shanghai 200122, China 322, ARCEDIA
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CEALDEE ITEERLCTHERVERL IHIC
OB EIHIRM CEALBENTL S, @ATHEELRIIDHDTERMERLENTIEE,
OLID FDOREL. BERECL BT AICTEEL LS, X RBREPREH N\ —EERLIES L,

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

O T EMHRG . MBDIEHFELLEEI ST ENBDET ., Specification shall be changed without notice.
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