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@ Insert radius from accuracy is bellow +0.010 mm when fixed to the holder.
(accuracy below £0.006 mm in insert alone).

» Dimensions (mm) Parts
Cat.No. IS Inserts Fig.
& | gDc | R 4| 9 L |¢D1| 8 8k | ¢Ds Screws Wrench

BNMS-060017S-06C o - 17 | 60 - | - 6 1]
BNMS-060030T-S10C ° 15 [ 30] 80 6° | #1] 10 2
BNMM-0600355.06C ol 6|3 5oy 55 6 FSW-2005H | A-06 | BNM-060/070..
BNML-060017S-06C e 17 | 120
BNMS-080025S-08C ° 5w | :
BNMM-080035S-08C o 35| 92 g BNM-080._:
BNML-080075S-08C o 8| 4 75| 140 | 75 FSW-2506H | A-07 RNM-080.
BNML-080095S-08C [ ] 95 | 160 ol
BNML-080075T-512C ° 20 | 75]132 2 [ ] 12 2
BNMS-100030S-10C [ ] 30 100
BNMM-100043S-10C ° 43
BNML-100075S-10C ° 75 | 140
BNML-100080S-10C ® 10| 5| " [sof220] 95| | | " Fswa007H | A08 BNF';’HAO_%LW”‘ 1
BNML-100095S-10C e 95 | 160
BNML-100140S-10C ° 140 | 220 ]
BNML-100075T-512C ° 21| 75 [ 132 1°30'[0°49' 2
BNMS-1200285-12C ° 28| 84
BNMM-120053S-12C ° _ [ s3]110 2 :
BNML-1200955-12C ° 95 | 160 .
BNML-120100S-12C o 12| 6 100 | 220 | 115 FSW3s09H | A0 | DNWIZB |
BNML-120085T-516C ° 338 | 85 | 145 r [ ] 16 2]
BNML-120130S-12C ° 130 | 200 1
BNML-120150S-12C ° - [150 [ 220 - | - 1
BNMS-160033S-16C o 33| 93 16 L
BNMM-160063T-20C ° 375 | 63 [ 123 4° [2°5'] 20 2
BNML-160070S-16C ° 70 | 140 ENVL160.
BNML-160090S-16C L - | 90160 - | =116 Bhoes 1
BNML-1601005-16C o 0|8 o220 POWADTIR | A5 | GRIMAS0 ]
BNML-160100T-520C ° 45 166 2 [ 5] 20 2 |
BNML-160110S-16C ° 110 | 180 6
BNML-160150S-16C ° [ 150 [ 220 L ,
BNMS-200039S-20C e 39 | 105 BNM-200...,
BNMM-2000755.20 (@] 2° | 'O 75 [ar ] ° 20 | FSW-s016H | A20W | BRAE00-
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Fig 1 Fig 2
" Dimensions (mm) Parts
Cat.No. 8 Inserts Fig.
& | gDc| R 9 Y] L |¢D1| 8 8k | ¢Ds Screws Wrench
BNML-200100S-20C o _|.100 | 220 I R P :
BNML-200105S-20C ® 105 | 180
BNML-200115T-S25C ([ ] 64.3 | 115 | 191 22 | 12| 25 BNM-200..,; 2
BNML200125520c | ® | 20| ° 125 | 200] '° FSW-5016H | A-20W RNM-200...
BNML-200170S-20C ® 170 | 250 20
BNML-200220S-20C ® 220 | 300
BNMM-250090S-25C ® 90 | 166
BNML-250100S-25C o 100 BNM-250...
BNML-250140S-25C ° 25 | 12.5 [0 220 | 24 ) ) 25 | FSW-6020 | A-30 RNM-250.. 1
BNML-250170S-25C ® 170 | 250
BNMM-300120S-32C ® 120 | 200
BNML-300100S-32C ® 100 290 BNML300/320.
BNML-300140S-32C ® | 30| 15 140 29 32 | FSW-8025S A-30 RNM-300..
BNML-300170S-32C o 170 | 250
BNML-300220S-32C ® 220 | 300
Screw Torque(N.m)
FSW-2005H 0.5
FSW-2506H 0.9
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
FSW-6020 6.0
FSW-8025S 6.0
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Il Modular Head Type (7)o

@ Insert radius from accuracy is bellow 0.010 mm when fixed to the holder Siotting Copy tiling_i Pocket iling
(accuracy below +0.006 mm in insert alone).

® 0.D. runout is below 0.015 mm when fixed to MSN carbide shank holder.

C MD
¢ y w —n.l.\‘.\‘\,\‘\\ > i S A o
\\:‘ -"’l*‘?""‘N‘O‘{ 1 DZAN0 2> | E | — 3" S
Lt
Dimensions (mm) Parts
Cat.No. S Inserts
& odc | R Lf | Db | MD | C W Screws Wrench
MBX-100-M6 [ ] 10 5 18 9.7 | M6 FSW-3007H A-08 BNM-100/110...
6.5 8
MBX-120-M6 [ ] 12 6 20 | 11.5| M6 FSW-3509H A-10 BNM-120...
BNM-160..;
MBX-160-M8 [ ] 16 8 23 | 15 | M8 . 12 | FSW-4013H A-15 GRM-160...
BNM-200..,
MBX-200-M10 ([ ] 20 | 10 30 19 | M10 14 | FSW-5016H A-20W GRM-200...
BNM-250..,
MBX-250-M12 (] 25 (125 35 | 24 [ M12| 10 17 | FSW-6020 A-30 GRM-250...
MBX-300-M16 | ® | 30 | 15 | 43 | 29 | m16 | 125 | 22 | Fsw-80255 | A30 o 20.

Screw Torque(N.m)
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0

FSW-6020 6.0
FSW-8025S 6.0

B Spanner

Cat.No. MD Torque width across flat Thickness Length
% DS-08 M6 8.0N.m 8 4 85

DS-12 M8 16 N.m 12 4 93
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Il BNM Type - Neutral style geometry (strictly for finishing applications) R =
+0.006 mm
@ DH111, JC10000, KT9
W1=10 W1=12
EER A s L
=
R +0.006 T
S| L LS| R20.006 L
s
LQ_J R0.006
PVD coating|  CBN  PMMCHD Uncoated Dimensions (mm)
Cat.No.
DH111 | JBN245 JC10000 KT9 R | Wi| L| C | S
BNM-060 ] o o 3 6 9 | - 2
BNM-070 () () 35| 7 | 55| - 2
BNM-080 o o o 4 | 8 71 - 124
BNM-100 ® ] o 510 85 - |26
BNM-110 o 551 1 9 | - 2.6
BNM-120 [ o o 6 | 12 | 10 3
BNM-160 o ] o o 8 | 16 | 12 1 08| 4
BNM-200 ] ] o o 10 | 20 | 15 1 )
BNM-250 [ o ® (125 25 185 1 6
BNM-300 [ o [ 15 | 30 |22.5| 1 7
BNM-320 o o 16 | 32 1235 - 7
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[l BNM-SS Type - Sharp helical geometry Radius accuracy
(good for finishing and semi finishing general steel , mold steel & stainless steel) £ 0.006 mm

Fig 1 Fig 2

-
”"@%@
|

d
. = E
| Ic ' R20.006 | c !

s | R0.006 L L

PVD Coating Dimensions(mm) :

Cat.No. DH108 DS108 R L Wi S C AN | Fo

BNM-060-SS (J ] 3 5 6 2 - 10°
BNM-080-SS L (J 4 7 8 2.4 0.5
BNM-100-SS [ ] [ ] 5 8.5 10 2.6 1
BNM-120-SS (J J 6 10 12 3
BNM-160-SS (] o 8 12 16 4 5o
BNM-200-SS ® ® 10 15 20 5 1
BNM-250-SS [ ] [ ] 12.5 18.5 25 6 9
BNM-300-SS [ ] 15 22.5 30 7
BNM-320-SS J O 16 23.5 32
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(MIRRORBALL BN

Il BNM-TS Type - High Helix geometry -
adius accuracy
(good for semi-finishing & finishing hard materials up to 60HRC)
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PVD Coating Dimensions(mm)
Cat.No.

DH102 R W1 L S © AN
BNM-060-TS ® 3 6 5 2 - 10°
BNM-080-TS [ ] 4 8 7 2.4 0.5
BNM-100-TS [ ] 5 10 8.5 2.6 1
BNM-120-TS ® 6 12 10 3 15
BNM-160-TS ® 8 16 12 4 ) -
BNM-200-TS [ 10 20 15 5
BNM-250-TS [ ] 12.5 25 18.5 6 9
BNM-300-TS [ ] 15 30 22.5 7
BNM-320-TS [ ] 16 32 23.5
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Il BNM-S Type - Sharp helical geometry —
(good for semi-finishing & finishing non-ferrous metals such as alminium, copper) +0.006 mm
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Uncoated Dimensions (mm)
Cat.No.
FZ05 L W1 S C AN
BNM-060-S ° 5 3 5 6 2 ST
o
BNM-080-S ° 4 7 8 2.4 0.5
o
BNM-100-S ° 5 8.5 10 2.6
[
BNM-120-S ° 6 10 12 3
[ J
BNM-160-S 8 12 16 4 5°
([ J
° 1
BNM-200-S ° 10 15 20 5
o
BNM-250-S ° 12.5 18.5 25 6
[ J
BNM-300-S ° 15 22.5 30 7
Il BNM-TG type - Helical geometry Radius accuracy
(good for finishing hard material/weld up to 60 HRC) +0.006 mm
i Q
= /dh)
J
&
e !
s R£0.006 L
PVD Coating Dimensions(mm)
Cat.No.
DH102 R L W1 S (5 AN
BNM-060-TG o 3 5 6 2 - 10°
BNM-080-TG ([ 4 8 2.4 0.5
BNM-100-TG [ 5 8.5 10 2.6 1
BNM-120-TG [ ] 6 10 12 3 15
BNM-160-TG (J 8 12 16 4 ' 5
BNM-200-TG L4 10 15 20 5
BNM-250-TG [ ] 12.5 18.5 25 6 9
BNM-300-TG [ 15 22.5 30 7
BNM-320-TG [ 16 32 32
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M Controlled Torque Wrenches (with replaceable blade)

Wrenches are pre-set to protect screws and bodies against
damage during both the tightening and loosening process

@ Controlled Torque Wrenches ( with replaceable blade )

e ‘;i/’

Cat. No. Torque # Screw torque HETDEIEEE Applicable inserts
blade

TQC-06 T6 0.5Nm B-06 ENM%ZSS::

TQC-07 17 0.9Nm B-07 et

TQC-08 T8 1.2Nm B-08 E“ M%l 8:

TQC-10 T10 2.0Nm B-10 ENM%I%:

@ Replacement blade

Cat. No. Torque # Applicable wrench
B-06 T6 TQC-06
B-07 17 TQC-07
B-08 T8 TQC-08
B-10 T10 TQC-10
4 A
* Insert mounting information tool dia.(mm) | Tecommended torque
¢Dc N-m
. . 6 0.5
1. Make sure the insert seat on body is carefully cleaned. 8 0.9
o Make sure insert itself is clean, especially hole and face location. 10 1.2
3 Change insert screw when threads start to wear. 12 gg
(approximately every 10-15 inserts) 20 4.0
4. Do not over tighten screw, see table for torque specifications. gg 2'8
32 6.0
\ J
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M Grade selection guide
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BNM-S BNM  |BNM|BNM GRM

Material BNM -SS -TG | -TS

DH103 | DH111 [JC10000] KT9 |JBN245 | FZ05 JC20003|DH108|DS108|DH102(DH102{JC8015DH102/JBN24Y

Carbon steel

(S50C, S55C) O | O ©) O | O

below 250HB

Cast steel
(GM190, ICD5) O | O O O | O

below 285HB

Tool & die steel

(SKD61, SKD11) O | O O O | O

below 255HB

Mold steel
(HPN(I)7, P)Sis%ezo) © O @) O | O

30-36 HRC

Mold steel
(NAK8O, HPM1, P21) @) O O O | O

38-43HRC

Hardeneddiesteel | @ | © o olol|lo]oe

42-52HRC

Hardened die steel

(SKD11, SLD, DC11) O O | O ©

55-62HRC

HSS
(SKH, HAP) O | ©O O

63-70HRC

Grey cast iron

(FC250) © O * O ©O|lO0 | 0O | 0| %

160-260HB

o™ | © | © = o olo|o|o|x

170-300HB

stamneitey | O o o0 o0

(SUS304, 316, 317) 17Cr

Ferritic & martensitic
stainless stee O |O¥% O | O O | O

(SUS403, 4202, 430) 13Cr
Alminium alloy

(A5052) ©) ©| O

160-260HB

Alminium all
o © o|o

160-260HB

Alminium alloy ©) O | O

Si below13%

SRS © ©|o

Graphite O ©

MY | & | @ oo oo

35-43HRC

Heat resistant allo
incoriy - | O | O o|o o]0

35-43HRC

A ©:First choice O:Second choice ¥¢:Wet cutting % :High speed cutting
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B Recommended cutting conditions Overhanglength | "o | (o) =
~3Dc 100% 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
6 8 10
Material Cat.No. | - Grade ap | @ | n | vi|a]al|n|wv|alal|n]|w
(mm) [ (mm) | (min™) | (mm/min) | (mm) | (mm) | (min?) | mm/min) | (mm) | (mm) | (min) | (mm/min)
Carbon steel BNM DH111
l()i?gﬁ%%ﬁ:% BNM-SS | DH108 0.1 | 0.1 |18570/5,570] 0.1 | 0.15/13930/4,180| 0.15| 0.2 |12,730/5,090
Cast steel BNM DH111
(Egllgve%gﬁg) BNM-SS | DH108 0.1 | 0.1 |18570/5,570] 0.1 | 0.15/13930/4,180| 0.15| 0.2 |12,730/5,090
Tool & die steel BNM DH111
(%ié?oﬂ.zssiéw;) BNM-SS | DH108 0.1 | 0.1 |18570/5,570| 0.1 | 0.15]13930/4,180| 0.15| 0.2 12,730 5,090
Dl BNM 1 DH11T 4 0 05| 0.1 |18570/5,570| 0.05/ 0.15 13930/4,180] 0.1 | 0.2 |12:730/5,090
(HPNTEXE20) | BNM-SS | DH1og [ -2 | °1 |19/89,07B1 8851 8151102004, 1601 8.1 8.2 1A/505,
NAI}\(liligllqlgl\tﬁeFl’21 BNM DHT1T
( o R ) BNM-SS | DH108 0.05| 0.1 {15920/3,180| 0.05| 0.15{11,940/2,390( 0.1 | 0.2 |11,140 3,340

Hardened die steel BNM DH103

CORBEEY | enwss | owos

Hardened die steel | BNM-TG

0.05| 0.1 |13260(2,650( 0.05| 0.15| 9,950{1,990( 0.1 | 0.2 | 9,550/2,870

(SKD11, SLD, DC11) BNM-T DH102 | 0.05| 0.1 |10,610/2,120| 0.05| 0.15| 7,960(1,590| 0.1 | 0.15| 7,960/2,390
55-62HRC -TS
HSS BNM-TG
(SKH, HAP) BNM-TS DH102 | 0.05|0.05| 7960|1,590( 0.05| 0.1 | 5970/1,190( 0.05| 0.1 | 6,370/1,270
63-70HRC -

Grey cast iron BNM DH111
(FC250) BNM-TG 0.1 | 0.1 |18570/7,430{ 0.1 | 0.15/13930/5,570( 0.15| 0.2 |12,730/6,370
160-260HB BNM-TS | DH102

Nodular cast iron BNM DH111
(FCD700) BNM-TG 0.1 | 0.1 |18570/7,430| 0.1 | 0.15(13930|5,570| 0.15| 0.2 [12730/6,370
170-300HB BNM-TS | DH102
Austenitic

stainless steel BNM | DHTT 16 11 0.1 18570/5,570] 0.1 | 0.15/139304,180] 0.15| 0.2 12730 5,000

(sUs304,316,317)17cr | BNM-SS [ DH108
Ferritic & martensitic| BNM DH111

Stainless stee 0.1 | 0.1 |18570/5,570] 0.1 | 0.15(13930/4,180| 0.15| 0.2 12730/ 5,090
(SUS403, 42042, 430)13cr| BNM-SS | DH108

Alminium allo KT9
i BNM o5 | 02| 0.1 [2387009,550| 0.2 | 0.15/17900/7,160| 0.25| 0.2 15920 7,960
160-260HB BNM-S | jc20003

Alminium allo KT9
arorsy Y BNM 205 | 0.2 | 0.1 |238709,550| 0.2 | 0.15/17900/7,160| 0.25| 0.2 |15920 7,960
160-260HB BNM-S | jc20003

Alminium alloy BNM KT9
linium al Fz05 | 0.2 | 0.1 |238709550| 0.2 | 0.15/179007,160| 0.25 0.2 15920 7.960
Si below13% BNM-S JC20003

Copper alloy BNM | ¥ 1015 | 0.1 2387019.550| 0.15 0.15/179007.160] 0.2 | 0.2 159207960
(81100) BNM-S | 20003 | . ) ) . . ) ) : . ) ,

BNM | JC10000
BNM-S | JC20003

Titanium alloy BNM DH111

Graphite 0.15| 0.1 |23870/9,550( 0.15| 0.15|17,900/7,160( 0.2 | 0.2 |15920/ 7,960

(322/;%\@ BNM-ss | D108 0.05| 0.1 |10,610(3,180( 0.05| 0.15| 7,960/2,390| 0.1 | 0.15| 9,550 3,820
Heat resistantalloy | gnM DH111

INCO718 . . . . . .

(35_43HRC> BNM-SS | DS108 0.05| 0.1 | 7960(1,590( 0.05| 0.1 | 5970/ 1,190| 0.1 | 0.1 | 6,370 1,910

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. These cutting conditions represent stable machining at length 3 x Dc. please adjust cutting conditions according to overhang length. A
3. In case of chatter ocurring, recommended to reduce ap or feed.

4. Use air blow. 279
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~3Dc 100% 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
12 16 20
Material Cat.No. | Grade ap | Qe n Vi ap | Qe n Vi ap | ae n Vi
(mm) | (mm) | (min™) | (m/min) | (mm) | (mm) | (min™) | mm/min) | (mm) | (mm) | (min) | (mm/min)
Carbon steel BNM DH111
l()%sgvtvzzsé%sl_lcg BNM-SS | DH108 0.15| 0.2 |10,610{4,240( 0.15| 0.25| 89505,370( 0.15| 0.3 | 7,160/ 5,010
Cast steel BNM DH111
(Eglllgv‘a%gag) BNM-SS | DH108 0.15| 0.2 [10,610/4,240( 0.15| 0.25| 8950/5,370( 0.15| 0.3 | 7,160/ 5,010
Tool & die steel BNM DH111
(%Ié?:vl,zsgé?_lg) BNM-SS | DH108 0.15| 0.2 |10,610/4,240( 0.15| 0.25| 8950/5,370( 0.15| 0.3 | 7,160/ 5,010
Mold steel BNM DH103
HPM7, PX5, P20 0.1 | 0.2 |10,610/4,240| 0.1 | 0.25| 8950/5,370| 0.1 | 0.3 | 7,160(5,010
(HPM7.PX5D20) | BNM-SS | DH108
Mold steel BNM DH103
(NAKgg,_ZI;IS)FI’_l'\%PN) BNM-SS | DH108 0.1 | 0.2 | 9280{2,780| 0.1 | 0.25| 7,960/3,980| 0.1 | 0.3 | 6,370|3,820

Hardened die steel BNM DH103

OGN | ouwss | o

Hardened die steel | BNM-TG
(SKD11, SLD, DC11)

0.1 | 0.2 | 7960{2,390| 0.1 | 0.25| 6960/3,480| 0.1 | 0.3 | 5570|3,340

DH102 | 0.1 | 0.2 | 6630/1,990( 0.1 | 0.25| 5970/2,990( 0.1 | 0.3 | 4,770/2,860

55-62HRC BNM-TS
HSS -
(SKH, HAP) gmlﬂg DH102 [ 0.05| 0.1 | 5310/1,060( 0.05| 0.1 | 4970 1,490( 0.05| 0.15| 3,980/1,190
63-70HRC -
Grey cast iron BNM
}(IFczso) BNM-TG DH103 0.15| 0.2 |10,610{5,310( 0.15| 0.25| 8950/6,270| 0.15| 0.3 | 7,160/5,730
160-260HB BNM-TS | DH102
Nodular cast iron BNM
(FED700) enm-Te | 2193 1045 0.2 [10610/5:310] 0.15| 0.25| 8950/6,270| 0.15| 0.3 | 7.160 5,730
170-300HB BNM-TS | DH102
Austenitic BNM DH111

stainless steel 0.15| 0.2 |10,610/4,240| 0.15| 0.25| 8950/ 5,370/ 0.15| 0.3 | 7,160/5,010
(SUS304,316,317)17¢r | BNM-SS [ DH108

Ferritic & martensitic BNM DH111

stainless stee 0.15| 0.2 |10,610({4,240( 0.15| 0.25| 8950(5,370( 0.15| 0.3 | 7,160/5,010
(sUS403, 420J2, 430) 13cr | BNM-SS | DH108
Alminium alloy BNM KT9
(A5052) FZ05 0.25| 0.2 |13260/6,630| 0.25| 0.25|10,940,7,660| 0.25| 0.3 | 8,750/7,000
160-260HB BNM-S | jc20003
Alminium alloy BNM KT9
(A7075) FZ05 0.25| 0.2 |13260/6,630| 0.25| 0.25|10,940 7,660| 0.25| 0.3 | 8,750/7,000
160-260HB BNM-S | jc20003
. KT9
Apiniumalloy | SIS | F205 1025 0.2 |13260/6,630] 025 0.25 10940/ 7,660] 025 0.3 | 87507000
Copper alloy Ll FKzTogs 0.2 | 0.2 [132606,630] 0.2 | 0.25/10940/7,660( 0.2 | 0.3 | 8,750/7,000
(51100) BNM-S | yc20003 T T T
) BNM JC10000
2102 (132 . .25/10,940|7 . .
Graphite BNM-S | JC20003 0 0.2 |13260/6,630] 0.2 | 0.25/10,940/7,660| 0.2 | 0.3 | 8,750/7,000
Titanium alloy BNM DH111
g&ﬁ?hﬁ@ BNM-SS | DS108 0.1 | 0.2 | 79603,180( 0.1 | 0.25| 5970(2,990( 0.1 | 0.3 | 4,770/2,860
Heat resistant alloy BNM DH111
INCO718 0.1 | 0.1 | 5310/1,590| 0.1 | 0.1 | 4970/1,990( 0.1 | 0.15| 3,980( 1,59
(35-43HRC) BNM-SS | DS108 ! ' ' ' 3,980 1,590

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. These cutting conditions represent stable machining at length 3 x Dc. please adjust cutting conditions according to overhang length.
3. In case of chatter ocurring, recommended to reduce ap or feed.

4. Use air blow.
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B Recommended cutting conditions overhanglenath [ n o | ool =
~3Dc 100% 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
25 30 32
Material Cat.No.| Grade ap | @ | n | vi|lalal|n|wv/|a]aln]|w
(mm) | (mm) | (min) | (mm/min) | (mm) | (mm) | (min?) | mm/min) | (mm) | (mm) | (min) | (mm/min)
Carbon steel BNM DH111
l()i?é)v(v),zsssoﬁ)% BNM-SS | DH108 0.15| 0.4 16,370/4,460( 0.15] 0.5 |5,310/3,720| 0.15| 0.5 |4,970| 3,480
Cast steel BNM DH111
(Eglﬁgve%gag) BNM-SS | DH108 0.15| 0.4 |6,370/4,460( 0.15| 0.5 |5,310/3,720( 0.15| 0.5 |4,970(3,480
Tool & die steel BNM DH111
(Sb'é?:vl.zssléwg) BNM-SS | DH108 0.15| 0.4 16,370/4,460( 0.15| 0.5 |5,310(3,720| 0.15| 0.5 |4,970 3,480
Mold steel BNM DH103
HPM7, PX5, P20 0.1 | 0.4 |6,370/4,460] 0.1 | 0.5 |5,310(3,720( 0.1 | 0.5 |4,9703,480
(HPM7.PX5220) | BNM-SS | DH108
Mold steel BNM DH103
(NAKgg,_‘It-IemkP21) BNM-SS | DH108 0.1 | 0.4 |5730(3,440| 0.1 | 0.5 |4,770/2,860| 0.1 | 0.5 |4,480/2,690

Hardened die steel BNM DH103

(SKD61, DAC, DHA) 0.1 | 0.4 /5,090 3,050 0.1 | 0.5 [4,240/2,540| 0.1 | 0.5 | 3,980 2,390

e BNM-SS | DH108
Hardened die steel 5
ko sio.octy | BNMTG | ha00 | 01 | 0.4 14.4602,680| 0.1 | 0.5 1371012.230| 0.1 | 0.5 | 3,4802,090
55-62HRC BNM-TS
HSS :
(SKH. HAP) BNM-TG | 11102 [ 0.05| 0.2 13,8201.530] 0.05| 0.3 |3,180/1.270] 0.05 0.3 |2,980/1,190
63-70HRC BNM-TS
Grey cast iron BNM
Yrcas0) enm-T6 | PH103 10451 0.4 16,3705,100| 0.15| 0.5 |53104,250| 0.15| 0.5 | 4,9703,980
160-260HB BNM-TS | DH102
Nodular cast iron BNM
(FCD700) enm-T6 | 2H103 10451 0.4 16,370/5,100| 0.15| 0.5 |53104,250| 0.15| 0.5 | 4,970/3,980
170-300HB BNM-TS | DH102
Austenitic
stainiess steel BNM 1 DHTIT 4o 01 0.4 16,37014.460] 0.15] 0.5 '53103.720] 0.15| 0.5 | 4970 3,480

(sUs304,316,317)17cr | BNM-SS [ DH108
Ferritic & martensitic| BNM DH111

stainless stee 0.15| 0.4 |6,370/4,460] 0.15| 0.5 |5,310(3,720( 0.15| 0.5 |4,970|3,480
(SUS403, 42002, 430) 13cr| BNM-SS | DH108
Alminium alloy BNM KT9
(A5052) FZ05 0.25| 0.4 |7,6406,110| 0.25| 0.5 |6,370/5,100| 0.25| 0.5 |5,970(4,780
160-260HB BNM-S | ;c20003
Alminium alloy BNM KT9
(A7075) FZ05 0.25| 0.4 |7,640/6,110] 0.25| 0.5 |6,370(/5,100( 0.25| 0.5 |5,970|4,780
160-260HB BNM-S | jc20003
Alminium alloy BNM KT
minium ) BNMs | 205, | 025] 0.4 |7,6406,110) 025 0.5 |6370/5100] 0.25 0.5 59704780
Copper alloy BNM LY
Pper ) aMs | 205 | 02| 04 |7.6406110( 0.2 | 05 16370/5100) 0.2 | 05 59704780

BNM | JC10000
BNM-S | JC20003

Titanium alloy BNM DH111

Graphite 0.2 | 0.4 |7,640/6,110| 0.2 | 0.5 |6,370/5,100{ 0.2 | 0.5 |5,970/4,780

-6Al- : 4 14,4602 a0 : .
géiémzvc) BNM-SS | DS108 0.1 | 0.4 |4,460/2,680( 0 0.5 |3,710/2,230{ 0.1 | 0.5 |3,480/2,090
Heat resistantalloy | gnMm DH111
INCO718 . . N . 180/1,270( 0.1 .
(35_43HRC) BNM-SS | DS108 0.1 | 0.2 |{3,820/1,530( 0 0.3 |3,180/1,270| 0 0.3 12,980/1,190

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. These cutting conditions represent stable machining at length 3 x Dc. please adjust cutting conditions according to overhang length. A
3. In case of chatter ocurring, recommended to reduce ap or feed.

4. Use air blow. 281
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a
= Il Recommended cutting conditions overianatEnati[[5 i S e
~3Dc 100% 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
16 20
i Cat.No. Grade
Material dp de n Vi dp de n Vi

(mm) (mm) | (min?) {(mm/min)] (mm) | (mm) | (min?) [(mm/min)

Gfe¥Fgg§5)if°" BNM JBN245 | 0.05 | 0.25 23,870(11,940| 0.05 | 0.3 | 19,100 11,460
160-260HB

Nodular cast iron

(FCD700)
170-300HB BNM JBN245 0.05 0.25 {19,890, 7,960| 0.05 0.3 |15920| 7,960
Tool dia.(mm)
25 30
i Cat.No. Grade
Material ap ” - v - - = v

(mm) (mm) | (min?) [(mm/min)] (mm) | (mm) | (min") [(mm/min)

Grey castiron BNM JBN245 | 0.05 | 0.4 |15280| 9,170| 0.05 | 0.5 |12,730| 8,910

160-260HB

Nodular cast iron

(FCD700)
170.300HB BNM JBN245 0.05 0.4 |12,730| 6,370| 0.05 0.5 [10,610| 6,370

Note

1. These cutting conditions represent on high speed machine.

2. These cutting conditions represent stable machining at length 3 x Dc. please adjust cutting conditions according to overhang length.
3. Use carbide shank holder.

4. For better surface finish, mist coolant is recommended.

5. Plunging is not recommended.

6. Please keep the stock uniform by pre-machining.
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