Tooling by DIJET

SHOULDER SIX EXSIX Type

INDEXABLE TOOLS

Doublelsided|insert it{6 cutting edge

Unique 3D insert

Due to arch-geometry on
the peripheral cutting
edge, cusp height can be
smaller even in case of
large ap.

Achieves low cutting force

Achieves high efficient & high
precision machining for side walls.

r

This tool can accommodate an array of applications such as face milling, slotting and plunging. The

unique 3D design of the insert has 6 positive axial cutting edges which decreases tool pressure.

Double - sided insert with 6 cutting edge.
The robust insert is 7.5mm in thickness allowing for stable machining and longer
tool life.
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Il EXSIX Type -Shoulder Milling |
@ Double-sided 6 Cutting-edge insert
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Fig.1 Fig.2
(Through coolant hole) (No coolant hole)
£ Dimensions (mm) =
Cat.No. g | £ Arborsetbolt | = | sets | Fig.
& S | oDe | Lf | oDb | od | odi a b ? roor setho § 1S 9
EXSIX-4050R-22 [ ] 4 50 47 14 M10X1.5X25* 0.33
EXSIX-4052R-22 [ 52 20 - 1041 63 | 20 M10X1.5X25* | 035| 2
EXSIX-5063R-22 (] 5 63 50 17 ’ ’ M10 0.50 E
EXSIX-5066R-22 (] 66 M10 0.53 3"<\ 1
EXSIX-6080R-27 [ ] 6 80 50 56 27 20 | 124 7 22 M12X1.75X30* | 0.93 §
EXSIX-7100R-32 [ ] 7 100 85 32 26 | 14.4 8 25 M16X2X30* 1.88 g
EXSIX-8125R-40 [ ] 8 125 32 32 M20X2.5X40* 3.62 I~
EXSIX-9160R-40 o | o |60 B |10 WO o104 0 55 M20 467 2
Screw Torque(N.m) Wrench

CSW-513H 5.5 A-20




Tooling by DIJET

(7,)
—
o
o
u z
Ll
—r
om
<
>
a
B Insert =
]
S
§ PVD Coating Dimensions (mm)
Cat.No. o
at.no S | Jcsoso JC8118 RE BS I S
=
YCMUOQ090708ZER-PM M o [ ) 0.8 1.41 14 75
YCMUQ090716ZER-PM [ ) [ ) 1.6 0.62 ’

GRADE MARKING

JC8050 Jc8118
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2 l Recommended cutting conditions

@ Shoulder milling
Tool dia.(mm)
50/52 63/66
Material Grade 4N 5N
ap apxae n Vi r ap apxae n Vit

(mm) (mm) (mm?) (min) (mm/min) (mm) (mm) (mm?) (min?) (mm/min)

Carbon stel ~100 | ~9.0 | ~45 | 1270 | 1,520 | ~100 | ~9.0 | ~45 | 1,010 | 1,770
(s500,5550)|JCB0S0| 150 | ~8.0 | ~30 | 1,150 | 1150 | 150 | ~80 | ~30 | 910 | 1370
200 | ~70 | ~20 | 1,020 | 80 | 200 ~70 | ~20 | 810 | 1,010

—— ~100 | ~9.0 | ~45 | 1,150 | 1,380 | ~100 | ~9.0 | ~45 | 910 | 1,590
(Gisoicos) |JCBOSO| 150 | ~80 | ~30 | 1,020 | 1,020 | 150 | ~80 | ~30 | 810 | 1220
200 ~70 | ~20 | 80 | 710 200] ~70 | ~20 | 710 | 890

, ~100 | ~9.0 | ~45 | 1270 | 1520 | ~100 | ~9.0 | ~45 | 1010 | 1,770
Tool& diesteel  |ucsoso| 150 | ~80 | ~30 | 1150 | 1150 | 150 | ~80 | ~30 | 910 | 1370
below 255HB 200 | ~7.0 | ~20 | 1020 | 820 200 | ~7.0 | ~20 810 | 1,010
~100 | ~9.0 | ~45 | 950 | 1,040 | ~100 | ~9.0 | ~45 | 760 | 1,330

Mold steel
(HP?':/(IJ7'3?|E|5F§ gzo) JC8118 150 | ~8.0 ~30 860 860 150 | ~8.0 ~30 680 | 1,020
; 200 | ~7.0 | ~20 760 610 200 | ~7.0 | ~20 610 760
~100 | ~9.0 ~30 760 760 ~100 | ~9.0 ~30 610 760

Mold steel

(NAKgg,_ th-lamg p21) [JC8118 150 | ~8.0 ~25 670 540 150 | ~8.0 ~25 530 530
200 | ~7.0 ~15 570 340 200 | ~7.0 ~15 450 340

Hardened die steel ~100 | ~9.0 ~25 640 510 | ~100 | ~9.0 ~25 510 510
(SKD61, DAC, DHA) | JC8118 150 | ~8.0 ~15 570 340 150 | ~8.0 ~15 450 340

A2-52HRC 200 | ~7.0 | ~8 510 | 200 200 | ~7.0 | ~8 400 | 200
Srev cast o ~100 | ~9.0 | ~45 | 1,500 | 1910 | ~100 | ~9.0 | ~45 | 1260 | 2210
Yecos0) Jcs118| 150 | ~80 | ~30 | 1460 | 1460 150 | ~8.0 | ~30 | 1160 | 1,740

160-260HB 200 | ~7.0 | ~20 | 1340 | 1070 | 200 | ~70 | ~20 | 1,060 | 1330

Nodular cast iron ~100 | ~9.0 | ~45 950 950 | ~100 | ~9.0 | ~45 760 | 1,140
1%:%83)3 JC8118 150 | ~8.0 ~30 830 660 150 | ~8.0 ~30 660 830
' 200 | ~7.0 | ~20 700 420 200 | ~7.0 | ~20 560 560
» ~100 | ~9.0 | ~45 760 610 | ~100 | ~9.0 | ~45 610 610
Austenitic

stainless steel  |JC8050| 150 | ~8.0 ~30 700 420 150 | ~8.0 | ~30 560 420
(SUS304, 316, 317)17Cr 200 | ~70 | ~20 | 640 | 260 | 200 | ~70 | ~20 | 510 | 260
Ferritic & martensitic ~100 | ~9.0 | ~45 | 1,150 | 1,150 | ~100 | ~9.0 | ~45 910 | 1,370
stainless steel |JC8118| 150 | ~8.0 ~30 | 1,020 820 150 | ~8.0 | ~30 810 | 1,010

(SUS403, 420J2, 430) 13Cr d !
200 | ~7.0 | ~20 890 530 200 | ~7.0 | ~20 710 710

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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B Recommended cutting conditions S
@ Shoulder milling
Tool dia.(mm)
80 100
Material Grade 6N 7N
ap dpxde n \'Ai r ap apxade n Vit

(mrm) (mm) (mm?) (min) (mm/min) (mm) (mm) (mm?) (min) (mm/min)

Corbon sted ~100 | ~9.0 | ~45 | 800 | 1680 | ~100 | ~0.0 | ~45 | 640 | 1570
(ssc,5550)(J08080| 150 | ~80 | ~30 | 720 | 1300 | 150 | ~80 | ~30 | 570 | 1200
200 | ~7.0 | ~20 | 640 | 960 | 200 | ~70 | ~20 | 510 | 890

Cast stec] <100 | ~9.0 | ~45 | 720 | 1510 | ~100 | ~9.0 | ~45 | 570 | 1400
@nsgicos  [JCB0S0| 150 | ~80 | ~30 | 640 | 1150 | 150 ~B0 | ~30 | 510 | 1070
200 | ~70 | ~20 | 560 | 840 | 200 | ~7.0 | ~20 | 450 | 790

_ 100 | ~9.0 | ~45 | 800 | 1,680 | ~100 | ~9.0 | ~45 | 640 | 1570
Tool diesteel lucsoso| 150 | ~80 | ~30 | 720 | 1300 | 150 | ~80 | ~30 | 570 | 1,200
below 255H8 200 | ~7.0 | ~20 640 | 960 | 200 | ~7.0 | ~20 | 510 890
100 | ~9.0 | ~45 | 600 | 1260 | ~100 | ~0.0 | ~45 | 480 | 1,80

Mold steel
(HP?I:/(I)7éE)I(_I5é gzo) JC8118 150 | ~8.0 ~30 540 970 150 | ~8.0 ~30 430 900
i 200 | ~7.0 ~20 480 720 200 | ~7.0 ~20 380 670
~100 | ~9.0 ~30 480 720 | ~100 | ~9.0 ~30 380 670

Mold steel

(NAKgg,_ Fai“ﬂé p21) |JC8118 150 | ~8.0 ~25 420 500 150 | ~8.0 ~25 330 460
200 | ~7.0 ~15 360 320 200 | ~7.0 ~15 290 300

Hardened die steel ~100 | ~9.0 ~25 400 480 ~100 | ~9.0 ~25 320 450
(SKD61, DAC, DHA) | JC8118 150 | ~8.0 ~15 360 320 150 | ~8.0 ~15 290 300

42:52HRC 200 | ~7.0 | ~8 320 | 190 200 | ~7.0 | ~8 250 180
Srey cast iron ~100 | ~9.0 | ~45 990 | 2080 | ~100 | ~9.0 | ~45 | 800 | 1,060
Yecos0) Jce118[ 150 | ~8.0 | ~30 920 | 1,660 150 | ~80 | ~30 | 730 | 1,530

160-26018 200 ~7.0  ~20 | 840 | 1,260 | 200 | ~7.0 | ~20 | 670 | 1,170

N ~100 | ~9.0 | ~45 600 | 1,080 | ~100 | ~9.0 | ~45 480 | 1,010
1%02333)8 JC8118 150 | ~8.0 ~30 520 780 150 | ~8.0 ~30 410 720
- 200 | ~7.0 | ~20 440 530 200 | ~7.0 | ~20 350 490
L ~100 | ~9.0 | ~45 480 580 | ~100 | ~9.0 | ~45 380 530
Austenitic

stainless steel  [JC8050| 150 | ~8.0 | ~30 440 400 150 | ~8.0 | ~30 350 370
(SUS304, 316, 317) 17Cr 200 | ~70 | ~20 | 400 | 240 | 200 | ~7.0 | ~20 | 320 | 220
Ferritic & martensitic ~100 | ~9.0 | ~45 720 | 1,300 | ~100 | ~9.0 | ~45 570 | 1,200
stainless steel ~ [JC8118| 150 | ~8.0 ~30 640 960 150 | ~8.0 ~30 510 890

(SUS403, 420J2, 430) 13Cr
200 | ~7.0 | ~20 560 670 200 | ~7.0 | ~20 450 630

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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2 B Recommended cutting conditions
@ Shoulder milling
Tool dia.(mm)
125 160
Material Grade 8N 9N
ap dpxde n \'Ai r ap dpxde n Vit

(mrm) (mm) (mm?) (min) (mm/min) (mm) (mm) (mm?) (min?) (mm/min)

Carbon steel ~100 | ~9.0 | ~45 | 510 | 1430 | ~100 | ~9.0 | ~45 | 400 | 1,260
(s306,555) JC8050| 150 | ~8.0 | ~30 | 460 | 1,100 150 | ~80 | ~30 | 360 970
200 | ~7.0 | ~20 | 410 820 200 | ~7.0 | ~20 | 320 720

e ~100 | ~9.0 | ~45 | 460 | 1290 | ~100 | ~9.0 | ~45 | 360 | 1,130
(Ghi190, CD3) Jcgo50| 150 | ~8.0 | ~30 | 410 980 150 | ~80 | ~30 | 320 860
200 | ~70 | ~20 | 360 720 200 | ~7.0 | ~20 | 280 630

, ~100 | ~9.0 | ~45 | 510 | 1,430 | ~100 | ~9.0 | ~45 | 400 | 1260
Tool diesteel lucaoso| 150 | ~80 | ~30 | 460 | 1,000 | 150 | ~8.0 | ~30 | 360 | 970
below 255HB 200 | ~7.0 | ~20 | 410 820 200 | ~7.0 | ~20 320 720
~100 | ~9.0 | ~45 | 380 | 1,060 | ~100 | ~9.0 | ~45 | 300 950

Mold steel
(HP%7,32§|5F,{ gzo) JC8118 150 | ~8.0 ~30 340 820 150 | ~8.0 ~30 270 730
i 200 | ~7.0 ~20 310 620 200 | ~7.0 ~20 240 540
~100 | ~9.0 ~30 310 620 | ~100 | ~9.0 ~30 240 540

Mold steel

(NAKgg,_ [|1-|3F;1MR1C p21) |JC8118 150 | ~8.0 ~25 270 430 150 | ~8.0 ~25 210 380
200 | ~7.0 ~15 230 280 200 | ~7.0 ~15 180 240

Hardened die steel ~100 | ~9.0 ~25 250 400 | ~100 | ~9.0 ~25 200 360
(SKD61,DAC, DHA) | JC8118| 150 | ~8.0 | ~15 230 280 150 | ~8.0 | ~15 180 240

A2-52HRC 200 | ~7.0 | ~8 200 160 200 | ~7.0 | ~8 160 140
Srev cast ion ~100 | ~9.0 | ~45 | 640 | 1790 | ~100 | ~9.0 | ~45 | 500 | 1,580
Yrcos0) Jcs118| 150 | ~80 | ~30 | 590 | 1420 150 | ~8.0 | ~30 | 460 | 1240

160-260H8 200 ~70 | ~20 | 530 | 1,060 | 200 | ~7.0 | ~20 | 420 | 950

S T ~100 | ~9.0 | ~45 380 910 | ~100 | ~9.0 | ~45 300 810
1%%83)3 JCg118 150 | ~8.0 ~30 330 660 150 | ~8.0 ~30 260 590
' 200 | ~7.0 | ~20 280 450 200 | ~7.0 | ~20 220 400
. ~100 | ~9.0 | ~45 310 500 | ~100 | ~9.0 | ~45 240 430
Austenitic

stainless steel  [JC8050( 150 | ~8.0 ~30 280 340 150 | ~8.0 | ~30 220 300
(8US304, 316,317)17Cr 200 | ~70 | ~20 | 250 | 200 | 200| ~70 | ~20 | 200 | 180
Ferritic & martensitic ~100 | ~9.0 | ~45 460 | 1,700 | ~100 | ~9.0 | ~45 360 970
stainless steel  [JC8118 150 | ~8.0 ~30 410 820 150 | ~8.0 | ~30 320 720

(SUS403, 420J2, 430) 13Cr
200 | ~7.0 | ~20 360 580 200 | ~7.0 | ~20 280 500

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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B Recommended cutting conditions S

@ Face milling

Tool dia.(mm)
50/52 63/66
Material Grade 4N 5N
ap ae n V¢ r ap ae n Vit

(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)

Carbon steel ~150 | ~4.0 |~1.0Dc| 950 | 1,140 | ~150 | ~4.0 |~1.0Dc| 760 | 1,330
(5306, 555 JC8050| 200 | ~3.0 | ~40 830 | 830 200 | ~3.0 | ~55 660 990
300 | ~2.0 | ~30 700 | 560 300 | ~2.0 | ~40 560 700

e ~150 | ~40 |~1.0Dc| 950 | 1,140 | ~150 | ~4.0 |~1.0Dc| 760 | 1,330
(Ghi190. DD JC8050| 200 | ~3.0 | ~40 830 | 830 200 | ~3.0 | ~55 660 990
300 | ~20 | ~30 700 | 560 300 | ~2.0 | ~40 560 700

, ~150 | ~4.0 |~1.0Dc| 950 | 950 | ~150 | ~4.0 |~1.0Dc | 760 | 1,140
Toola diesteel lucsoso| 200 | ~30 | ~40 | 830 | 660 | 200 | ~30 | ~55 | 660 | 830
below 255HB 300 | ~2.0 | ~30 700 420 300 | ~2.0 | ~40 560 560
~150 | ~40 |~1.0Dc| 830 | 830 | ~150 | ~4.0 |~1.0Dc | 660 990

Mold steel
(HP%7,32)I(_|5F,{(I;’20) JC8118 200 | ~3.0 ~40 760 610 200 | ~3.0 | ~55 610 760
; 300 | ~20 | ~30 700 420 300 | ~2.0 | ~40 560 560
~150 | ~3.0 |~1.0Dc 700 700 ~150 | ~3.0 |~1.0Dc | 560 700

Mold steel

vk B P21 |JCBTI8| 200 | ~2.5 | ~40 | 640 | 510 | 200 | ~25 | 55 | 510 | 510
300 | ~15 | ~30 | 570 | 340 | 300 | ~15 | ~40 | 450 | 340

_ 150 | ~25 | ~40 | 570 | 460 | ~150 | ~25 | ~55 | 450 | 450
Hardened die Stcel | ica11s| 200 | ~20 | ~30 | 510 | 310 | 200 | ~20 | ~40 | 400 | 300

42-52HRC 300 | ~1.5 | ~20 450 | 180 300 | ~1.5 | ~32 350 180
Srev castifon ~150 | ~6.0 |~1.0Dc| 1,150 | 1380 | ~150 | ~6.0 |~1.0Dc| 910 | 1,590
Yrcos0) Jc8118| 200 | ~4.0 | ~40 950 | 950 | 200 | ~4.0 | ~55 760 | 1,140

160-26018 300 | ~2.0 | ~30 830 | 660 | 300 | ~2.0 | ~40 660 830

. ~150 | ~4.0 |~1.0Dc| 830 830 | ~150 | ~4.0 |~1.0Dc | 660 990
Nodular cast iron
1%%83)3 JC8118( 200 | ~3.0 | ~40 760 610 200 | ~3.0 | ~55 610 760
' 300 | ~2.0 | ~30 700 420 300 | ~2.0 | ~40 560 560
. ~150 | ~4.0 | ~40 700 560 | ~150 | ~4.0 | ~55 560 560
Austenitic

stainless steel ~ [JC8050| 200 | ~3.0 | ~30 640 380 200 | ~3.0 | ~40 510 380
(5US304, 316,317)17Cr 300 | ~20 | ~20 570 | 230 | 300 | ~20 | ~32 | 450 | 230
Ferritic & martensitic ~150 | ~4.0 |~1.0Dc| 950 950 | ~150 | ~4.0 |~1.0Dc| 760 | 1,140
stainless steel ~ (JC8118| 200 | ~3.0 | ~40 830 660 200 | ~3.0 | ~55 660 830

(SUS403, 420J2, 430) 13Cr
300 | ~2.0 | ~30 700 420 300 | ~2.0 | ~40 560 560

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of slot milling, apply 50% or less feed (Vf) from standard cutting condition table.
6. Ramping and helical interpolation are not recommended.
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2 Il Recommended cutting conditions
@ Face milling
Tool dia.(mm)
80 100
Material Grade 6N 7N
ap ae n V¢ r ap ae n V¢

(mI;n) (mm) (mm) (min?) (mm/min) (mm) (mm) (mm) (min) (mm/min)

Carbon Steel ~150 | ~40 | ~80 | 600 | 1260 | ~150 | ~4.0 | ~100 | 480 | 1,010
(850, $550) JC8050| 200 | ~3.0 | ~65 | 520 940 200 | ~3.0 | ~80 410 720
300 | ~2.0 | ~50 | 440 660 300 | ~2.0 | ~60 350 490

Cast stel ~150 | ~40 | ~80 | 600 | 1,260 | ~150 | ~4.0 | ~100 | 480 | 1,010
(Ghi190. D) JC8050| 200 | ~3.0 | ~65 | 520 940 200 | ~3.0 | ~80 410 720
300 | ~20 | ~50 | 440 660 300 | ~2.0 | ~60 350 490

, ~150 | ~40 | ~80 | 600 | 1,080 | ~150 | ~4.0 | ~100 | 480 840
Tool& diesteel |ucaoso| 200 | ~30 | ~65 | 520 | 780 | 200 | ~30 | ~80 | 410 | 570
below 255HB 300 | ~2.0 | ~50 | 440 530 300 | ~2.0 | ~60 350 370
~150 | ~40 | ~80 | 520 940 | ~150 | ~4.0 | ~100 | 410 720

Mold steel
(HP%/(I)7éE)I(_|5é gzo) JC8118 200 | ~3.0 ~65 480 720 200 | ~3.0 | ~80 380 530
; 300 | ~20 | ~50 440 530 300 | ~2.0 | ~60 350 370
~150 | ~3.0 ~80 440 660 ~150 | ~3.0 | ~100 350 490

Mold steel

(NAKgg,_ FBPH“QE p21) |JC8118 200 | ~25 ~65 400 480 200 | ~25 | ~80 320 340
300 | ~1.5 ~50 360 320 300 | ~1.5 | ~60 290 200

. ~150 | ~2.5 ~65 360 430 ~150 | ~2.5 | ~80 290 300

Hardened diesteel | sca1i| 200 | ~20 | ~50 | 320 | 200 | 200 | ~20 | ~60 | 250 | 180

42:52HRC 300 | ~15 | ~35 | 280 170 300 | ~1.5 | ~40 220 150
Srey cast iron ~150 | ~6.0 | ~80 | 720 | 1510 | ~150 | ~6.0 | ~100 | 570 | 1,200
Yecos0) JC8118[ 200 | ~40 | ~65 | 600 | 1080 | 200 | ~40 | ~80 480 840

160-26018 300 | ~20 | ~50 | 520 | 780 | 300 ~20 | ~60 | 410 | 570

. ~150 | ~4.0 | ~80 520 940 | ~150 | ~4.0 | ~100 410 720
Nodular cast iron
1%:%83)8 JC8118 200 | ~3.0 ~65 480 720 200 | ~3.0 | ~80 380 530
' 300 | ~2.0 | ~50 440 530 300 | ~2.0 | ~60 350 370
» ~150 | ~4.0 | ~65 440 530 | ~150 | ~4.0 | ~80 350 370
Austenitic

stainless steel  [JC8050( 200 | ~3.0 ~50 400 360 200 | ~3.0 | ~60 320 220
(SUS304, 316, 317)17Cr 300 | ~20 | ~35 | 360 | 220 | 300 | ~20 | ~40 | 290 | 200
Ferritic & martensitic ~150 | ~4.0 | ~80 600 | 1,080 | ~150 | ~4.0 | ~100 480 840
stainless steel | JC8118| 200 | ~3.0 ~65 520 780 200 | ~3.0 | ~80 410 570

(SUS403, 420J2, 430) 13Cr
300 | ~2.0 | ~50 440 530 300 | ~2.0 | ~60 350 370

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of slot milling, apply 50% or less feed (Vf) from standard cutting condition table.
6. Ramping and helical interpolation are not recommended.
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B Recommended cutting conditions S
@ Face milling
Tool dia.(mm)
125 160
Material Grade 8N 9N
ap ae n \'Ai r ap ae n V¢

(mrm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)

Carbon steel ~150 | ~40 | ~125 | 380 | 910 | ~150 | ~40 | ~160 | 300 | 810
(ss0c,5550) " |JCB0S0| 200 | ~3.0 | ~100 | 330 | 660 | 200 | ~30 |~130 | 260 | 590
300 | ~20 | ~75 280 | 450 | 300 | ~2.0 |~95 220 | 400

- ~150 | ~40 | ~125 | 380 | 910 | ~150 | ~40 |[~160 | 300 | 810
(Gwlsoicos) |JCBOSO| 200 | ~30 | ~100 | 330 | 660 | 200 | ~30 |~130 | 260 | 5%
300 | ~20 | ~75 280 | 450 | 300 | ~2.0 |~95 220 | 400

_ ~150 | ~40 | ~125 | 380 | 760 | ~150 | ~40 | ~160 | 300 | 680
Tool& diesteel  lucsoso| 200 | ~30 | ~100 | 330 | 530 | 200 | ~30 | ~130 | 260 | 470
below 255HB 300 | ~2.0 | ~75 280 340 300 | ~2.0 |~95 220 | 300
~150 | ~40 | ~125 | 330 | 660 | ~150 | ~40 | ~160 | 260 | 590

Mold steel
(HP?I:/(I)7éE)I(_I5é gzo) JC8118 200 | ~3.0 | ~100 310 500 200 | ~3.0 | ~130 240 430
i 300 | ~2.0 | ~75 280 340 300 | ~2.0 |~95 220 300
~150 | ~3.0 | ~125 280 450 ~150 | ~3.0 | ~160 220 400

Mold steel

(NAKgg'-LII-IBIT-I'\% p21) [JC8118 200 | ~2.5 | ~100 250 300 200 | ~2.5 | ~130 200 270
300 | ~1.5 | ~75 230 180 300 | ~1.5 | ~95 180 160

Hardened die steel ~150 | ~2.5 | ~100 230 280 ~150 | ~2.5 | ~130 180 240
(SKD61,DAC, DHA)  |JC8118 200 | ~2.0 | ~75 200 160 200 | ~2.0 | ~95 160 140

42:52HRC 300 | ~15 | ~50 180 140 300 | ~1.5 | ~60 140 | 130
Srey cast iron ~150 | ~6.0 | ~125 | 460 | 1100 | ~150 | ~6.0 | ~160 | 360 | 970
Yecos0) Jcs118[ 200 | ~4.0 | ~100 | 380 760 | 200 | ~40 | ~130 | 300 | 680

160-260818 300 | ~20 | ~75 | 330 | 530 | 300 ~20 |~95 | 260 | 470

. ~150 | ~4.0 | ~125 330 660 | ~150 | ~4.0 | ~160 260 590
Nodular cast iron
1%02333)8 JC8118| 200 | ~3.0 | ~100 310 500 200 | ~3.0 | ~130 240 430
- 300 | ~20 | ~75 280 340 300 | ~2.0 | ~95 220 300
Austenitic ~150 | ~4.0 | ~100 280 340 | ~150 | ~4.0 | ~130 220 300
stainless steel  [JC8050| 200 | ~3.0 | ~75 250 200 200 | ~3.0 | ~95 200 180
(SUS304, 316, 317) 17Cr 300 | ~2.0 | ~50 | 230 | 180 | 300 | ~2.0 | ~60 180 | 160
Ferritic & martensitic ~150 | ~4.0 | ~125 380 760 | ~150 | ~4.0 | ~160 300 680
stainless steel ~ (JC8118| 200 | ~3.0 | ~100 330 530 200 | ~3.0 |~130 260 470
(SUS403, 420J2, 430) 13Cr
300 | ~2.0 | ~75 280 340 300 | ~2.0 | ~95 220 300

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of slot milling, apply 50% or less feed (Vf) from standard cutting condition table.
6. Ramping and helical interpolation are not recommended.
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2 Il Recommended cutting conditions
@ Plunge milling
Material Grade Vc(m/min) fz(mm/t) ae(mm) P f(mm)

Carbon steel

(S50C, S55C) JC8050 180 0.25 ~5 ~0.5Dc
below 250HB

Cast steel
(GM190, ICD5) JC8050 160 0.25 ~5 ~0.5Dc
below 285HB

Tool & die steel
(SKD61, SKD11) JC8050 180 0.2 ~5 ~0.5Dc
below 255HB

Mold steel
(HPM7, PX5, P20) JC8118 130 0.2 ~5 ~0.5Dc
30-36 HRC

Mold steel
(NAK80, HPM1, P21) JC8118 100 0.15 ~5 ~0.5Dc
38-43HRC

Hardened die steel
(SKD61, DAC, DHA) JC8118 90 0.1 5 ~0.5Dc

42-52HRC

Grey cast iron
(FC250) JC8118 200 0.3 ~5 ~0.5Dc

160-260HB

Nodular cast iron
(FCD700) JC8118 130 0.2 ~5 ~0.5Dc
170-300HB

Austenitic
stainless steel JC8050 110 0.15 ~5 ~0.5Dc
(SUS304, 316,317) 17Cr

Ferritic & martensitic

stainless steel Jcs118 160 0.2 ~5 ~0.5Dc
(SUS403, 42042, 430) 13Cr

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow..




