Tooling by DIJET

Il HDM Type - Facemill / Standard Pitch E
High EffiCient Indexable Radius Too' Through 000|ant hole Face Milling Copy Milling Pocket Milling HEhcaHnterpu\atlor
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@ High rigidity insert for stable machining.

@ Positive axial rake reduces cutting force.
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L] 2 Dimensions(mm) Parts =
Cat.No. 8|2 Arbor set bolt = Inserts
& S |oDc| RE | Lf |@Db| od [@d1| @ | b | ¢ Screw  (Wrench| -3
= =
HDM-3050-12R-22 | ® 3 | 50 6 | 50 47 M10 DSW-410H | A15T | 0.5 | RD**1204MO...
HDM-3050-16R-22 | ® 8 | 55 22 116511041 6.3 | 20 M10 DSW-4512H | A-20 | 0.5 | RD**1606MO...
HDM-4063-12R-22 | ® 4 | 63 6 50 | 60 ’ ' ’ M10 DSW-410H | A15T | 0.7 | RD**1204MO...
HDM-4063-16R-22 | ® 8 M10 DSW-4512H | A-20 | 0.7 | RD**1606MO...
Screw Torque (N.m)
DSW-410H 3.6
DSW-4512H 6.0
Screw Clamp Wrench
MD Hexagonal wrench(mm)
for Arbor set bolt Inserts & @ \\
M10 8 /
M12 10 RD**1204MO* DSW-410H DCM-18 A-15T
M16 14 RD**1606MO* DSW-4512H DCM-17 A20
M20 17
M24 19
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B SDH Type - Modular Head / Standard Pitch G:Body) | 4l [ <= @
Face Milling Copy Milling Pocket Milling He\inaHmerpo\g
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L] 2 Dimensions(mm) Parts
Cat.No. 8| Inserts Fig.
& (z':; oc | RE| Lf | b (MD| C | W Screw Clamp | Wrench
SDH-2150-R07-M8 (] 15 23 13.8 | M8 12
SDH-2160-R07-M8 (] 16 15 | M8
5 - | k%,
SDH-2200-R07-M10 ° 20 3.5 “ TRINTG 8 y TSW-2556H A-08SD RD**07T2MO... 1
SDH-2220-R07-M10 { ) 22 20 | M10
SDH-2250-R10-M12 (] 25 35 23 | M12 10 | 17
SDH-2280-R10-M12 (] 28| 5 25 | M12 CSW-408H RD**1004MO...
SDH-2300-R10-M16 ® 30 M16
SDH-2320-R12-M16 ([ 6 28 | M16 DSW-410H RD**1204MO...
SDH-3320R10M16 @] 3| 2[5 1 Mi6| 12 | 22 [ cswaoen |POM8| AT rosooamo. |
SDH-2350-R12-M16 ([ 2 35 6 M16 DSW-410H RD**1204MO...
SDH-3350-R10-M16 o 3 5 32 [ M16 CSW-408H RD**1004MO...
SDH-2400-R12-M16 ([ 2 | 40 6 M16| 13 | 26 | DSW-410H RD**1204MO...

Screw Torque (N.m)
TSW-2556H 1.1
CSW-408H 3.6
DSW-410H 3.6
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Tooling by DIJET

M Insert

Standard type

Flat top inert
for General steel

Cat.No.

Tolerance

PVD Coating

Dimensions(mm)

DH103

JC5040

JC8015

S

AN

RDMWO07T2MOT

RDMW1004MOT

RDMW1204MOT

RDMW1606MOT

2.7

10

4.1

12

4.8

16

6

15°

Low cutting force

Chip breaker style
for Titanium * Inconel
for Stainless steel

‘©

s

Cat.No.

Tolerance

PVD Coating

=
<
Dimensions(mm)

JC8015

JC8050

JC8118

w

AN

Fig.

RDGT07T2MOE

RDGT1004MOE

RDGT1004MOT

RDGT1204MOE

RDGT1204MOT

RDGT1606MOE

RDGT1606MOT

RDMTO07T2MOE

RDMT1004MOE

RDMT1004MOE-ML

RDMT1004MOT

RDMT1204MOE

RDMT1204MOE-ML

RDMT1204MOT

RDMT1606MOE

RDMT1606MOT

4.8

15°
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(SUPERDIEWASTER  HDM/SDHTye|
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Chip breaker style
- forAminum —
@ 7 9
| - s 5_
Uncoated Dimensions(mm)
Cat.No. Tolerance

FZ05 IC S AN
RDGTO07T2MOF-AL () 7 2.7
RDGT1004MOF-AL 5 () 10 4.1 15
RDGT1204MOF-AL () 12 4.8
RDGT1606MOF-AL (] 16 6
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‘ SUPER DIEMASTER HDM/SDH Type \

Il Recommended Data for Profile Milling
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@ Ramping @ Helical interpolation
¢Dh

¢Dc

@ Calculation of tool pass dia. (PdC = (PDh - (PDC

Tool pass dia. Bore dia.  Tool dia. Remains

@ Depth of cut per one circuit should not exceed max. depth of cut Ap.
@ Down cutting is recommended, tool pass rotation should be counterclockwise
@ Do not combine drilling and ramping together

@ In case of ramping and helical interpolation, apply 70% or less feed (Vf) from standard cutting condition table.
@ In case of drilling, apply 50% or less feed (Vf) from standard cutting condition table.
@ Long chips may come out in case of drilling, confirm safe operating conditions.

| Insert dia Effective | Min. | Max. [ Max. |Max.depth| Max.depth Max. Depth of
Tool dia. ®) " |cutting dia. |Bore diaBore dia.|ramping of cut: ap | of cut (ap) drilling holder
(mm) (mm) ¢D1 Dhmin | Dhmax |angle:6| (mm) [ Total cutting | lengh:Z | face: X
(mm) | (mm) | (mm) lenugh: L (mm) (mm)
(mm)
15 7 (R3.5) 8 20 28 3°00' 3.5 66.8 0.4 1.0
16 7 (R3.5) 9 22 30 9°00' 3.5 22.1 1.5 2.5
20 7 (R3.5) 13 30 38 5°30' 3.5 36.3 1.5 2.5
22 7 (R3.5) 15 34 42 4°35' 3.5 43.6 1.5 2.5
25 7 (R3.5) 18 40 48 | 3°40' 3.5 54.6 1.5 2.5
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 2.5 3.5
32 10 (R5) 22 48 62 6°25' 5.0 44.4 2.5 3.5
32 12 (R6) 20 44 62 7°35' 6.0 45.1 2.5 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 3.5
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 3.5
50 12 (R6) 38 80 98 5°15' 6.0 65.2 3.5 4.5
50 16 (R8) 34 75 98 7°25' 8.0 61.4 4.0 5.0
52 12 (R6) 40 84 102 4°55' 6.0 69.7 3.5 4.5
52 16 (R8) 36 79 102 6°55' 8.0 65.9 4.0 5.0
63 12 (R6) 51 106 124 3°45' 6.0 91.5 3.5 4.5
63 16 (R8) 47 101 124 5°00' 8.0 91.4 4.0 5.0
66 12 (R6) 54 112 130 3°30' 6.0 98.1 3.5 4.5
66 16 (R8) 50 107 130 4°40' 8.0 98.0 4.0 5.0
80 12 (R6) 68 140 158 2°4%5' 6.0 124.9 3.5 4.5
80 16 (R8) 64 135 158 3°30' 8.0 130.7 4.0 5.0
100 16 (R8) 84 175 198 2°3%5' 8.0 177.3 4.0 5.0
125 16 (R8) 109 225 248 1°55' 8.0 239.1 4.0 5.0
160 16 (R8) 144 295 318 1°25' 8.0 223.5 4.0 5.0
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‘ SUPER DIEMASTER HDM/SDH Type \

Il Recommended cutting conditions
@ Facemill type / Standard pitch
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Tool dia.(mm)

50 (R6) 50 (R8) 63 (R6)

Material Grade 3N 3N 4N
? dp n i ? dp n Vit ? dp n V¢
(mm) | (mm) | (min™) [(mm/min)} (mm) | (mm) | (min?") {(mm/min)| (mm) | (mm) | (min") |(mm/min)
150 | 3 1250 | 1,090 | 150 | 4 1,260 | 1,100 | 150 | 3 980 | 1,140
Jc8050 | 200 | 2.5 | 1,250 1,160 | 200 | 3 1,260 | 1210 | 200 | 2.7 | 980 1,300
ng%gnsgégel 165040 |250 | 2 880 | 870| 250 | 2 880 | 980 | 250 | 2.2 690 | 910
Siowosom | Joa11g |00 | 1.2 | 8801130 300 | 1.5 | 880 1,160 | 300 | 1.6 | 690 1100
350 | 0.7 | 750| 950| 350 | 1 760 | 1,000 | 350 | 1 590 | 1,010
400 | - - - 400 | - - - | 400 | 0.5 | 540 1,190
1C8050 | 150 | 25 [ 1,200 1,190 | 150 | 3.5 | 1,210 | 1,010 | 150 | 2.5 | 940 1,160
og11s | 200 | 2 1,200 | 1,220 | 200 | 3 1,210 | 1,100 | 200 | 2.2 | 940 1,240
Mold steel 250 | 1.1 840 | 1,130 | 250 | 2.5 850 | 940 | 250 | 1.6 660 | 970
(HPM7, PXE,NAKEO,P20) 300 | 0.9 | 840 1260 300 | 2 850 | 970 | 300 | 1.1 | 660 1,180
JC8015 7350 | 0.5 | 720 1,180 | 350 | 1 730 | 1110 | 350 | 0.7 | 560 | 1,120
(over 40HRC) [~ 400 | - - - | 400 | - - ~ | 400 | 05 | 520 1,140
150 | 3 1,180 | 1,030 | 150 | 4 7200 | 1,040 | 150 | 3 930 | 1,080
. 200 | 2.5 | 1,180 | 1,130 | 200 | 3 1,200 | 1,180 | 200 | 2.7 | 930 1,120
Tool& diesteel Jc5040 | 250 | 2 830 | 840 250 | 2 840 | 960 | 250 | 2.2 | 650 850
below'255h8. | JC8118 | 300 | 1.2 | 830 | 1,000 | 300 | 1.5 | 840 1,100 | 300 | 1.6 | 650 | 1,040
350 | 0.7 | 700| 950 | 350 | 1 720 | 950 | 350 | 1 560 | 870
400 | - - - 400 | - - - | 400 | 0.5 | 510 1,100
150 | 3 990 | 860 | 150 | 4 17,000 | 870 | 150 | 3 780 | 900
_ Jc8o50 | 200 | 2.5 | 990 890 200 | 3 1,000 | 990 | 200 | 2.7 | 780| 930
Stainless steel JC8015 | 250 | 2 690 | 700 | 250 | 2 700 | 780 | 250 | 2.2 550 | 730
odowasoks | yog11g | 300 | 12 | 690 | 860 300 | 1.5 | 700 | 920 | 300 | 1.6 | 550 830
350 | 0.7 | 590| 820 350 | 1 600 | 790 | 350 | 1 470 | 690
400 | - E - | 400 | - - - | 400 | 0.5 | 430 940
JC8075 | 100 | 1.5 | 810 560 100 | 2 860 | 590 | 100 | 1.5 | 650 | 580
wwithout | 150 | 1.2 | 810 | 610| 150 | 1.8 | 860 | 620| 150 | 1.2 | 650 650
Hardened die steel|chipbreaker| 200 1 570 410 [ 200 1.6 600 470 | 200 1 450 | 490
(SKng-S%g%CDHA) pH103 \[ 250 | 0.8 570 | 510| 250 | 1.2 600 | 520 | 250 | 0.8 450 | 520
i over50HRC/| 300 | 0.4 | 490 | 440 | 300 | 0.8 | 520 465| 300 | 0.6 | 390 590
350 | - - - | 350 | - - - 7350 | 0.3 | 360 620
150 | 3 1120 | 1170 | 150 | 4 7130 | 1,190 | 150 | 3 880 | 1,370
Grey & Nodular 200 | 2.5 | 1,120 1,110 ] 200 | 3 1,130 | 1,290 | 200 | 2.7 | 880 1,440
¢ast iron Jc8o15| 250 | 2 780 | 960 | 250 | 2 790 | 1,060 | 250 | 2.2 | 620 1,120
bJFCECD) | Jc8118 [ 300 | 1.2 | 780 | 1,170 300 | 1.5 | 790 | 1,300 | 300 | 1.6 | 620 | 1,240
350 | 0.7 | 670 920 350 | 1 680 | 900 | 350 | 1 530 | 1,160
400 | - = - | 400 | - - - | 400 | 0.5 | 480 1,220
150 | 1 420 270| 150 | 1.5 | 440 330] 150 | 1 330 | 260
o JC8050 | 200 | 0.8 | 420 315| 200 | 1.2 | 440 | 265| 200 | 0.9 | 330 290
Titanium alloy 108075 |-250 | 0.6 200 | 260 250 | 1 310 | 205| 250 | 0.7 230 | 240
35-43HRC Yog11g | 300 | 0.4 | 290 305|300 | 0.8 | 310 230| 300 | 0.5 | 230| 295
350 | 0.2 | 250| 375| 350 | 0.4 | 260 255| 350 | 0.3 | 200 340
400 | - - - | 400 | - - - | 400 | 0.2 | 180 360
150 | 1 210 | 135| 150 | 1.5 | 220 145] 150 | 1 165 | 130
AR R b ARiam IR E SRCAR IR
Hea"sesﬂ?tﬁz%tauoy jgg;;g 300 | 0.4 | 150| 160] 300 | 0.8 | 150 130 300 | 0.5 | 120 150
350 | 0.2 | 130| 195| 350 | 0.4 | 130 155| 350 | 0.3 | 100| 165
400 | - - - | 400 | - - - | 400 | 0.2 90 | 180
150 | 4.5 | 4450 | 5200 150 | 6 | 4,450 | 5200 | 150 | 4.5 | 3,500 | 5500
. 200 | 4 | 4450 5400 | 200 | 5 | 4450 | 5400 | 200 | 4 | 3,500 | 5700
A('ggg'zugg;{gy f705 | 250 | 35 38004900 250 | 4 | 3800|4900 | 250 | 3.5 | 3,050 | 5200
below 0.1 T0HB 300 | 2.5 | 3,200 5000| 300 | 3 3,200 | 5000 | 300 | 2.5 | 2,500 5200
350 | 1.5 | 3,100 | 4200 | 350 | 2 3,700 | 4200 | 350 | 1.5 | 2,400 | 4,300
400 | 1 2,550 | 3,000 | 400 | 1 2,550 | 3,000 | 400 | 1 2,000 | 3,200

Note 1. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
2. Wet cutting is recommended when machining Titanium , Inconel. 3. Use air blow
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‘ SUPER DIEMASTER HDM/SDH Type \

Il Recommended cutting conditions
@ Facemill type / Standard pitch
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Tool dia.(mm)

63 (R8) 80 (R6) 80 (R8)

Material Grade 4N 4N 4N
ap n Vi ? ap n Vf ? ap n Vs
(mm) | (mm) | (min") | (mm/min)[ (mm) | (mm) | (min?) | (mm/min)| (mm) | (mm) | (min?) | (mm/min)
150 | 4 990 | 1,110 | 150 | 3 770 | 890 | 150 | 4 780 | 870
JC8050 | 200 | 3 990 | 1,290 | 200 | 2.7 | 770 | 980 | 200 | 3 780 | 990
Carbon steel | 2o/ [ 250 | 2 690 | 1200 | 250 | 2.2 | 540 | 710 | 250 | 2 550 | 830
Son 258 | Jog11g | 300 | 15 | 690 | 1210 | 300 | 1.6 | 540 | 20| 300 | 1.5 | 550 | 960
350 | 1 500 | 1,040 | 350 | 1 460 | 700 | 350 | 1 470 | 810
400 | 05 | 540 | 1360 | 400 | 0.5 | 420 | 920 | 400 | 05 | 430 1,080
108050 | 150 | 3.5 | 950 [ 1,140 [ 150 | 25 | 740 | 780 150 | 3.5 | 740] 890
200 | 3 950 | 1,250 | 200 | 2.2 | 740 | 970 | 200 | 3 740 | 970
Mold steel  [JC8118 550 T 95 [ 670 | 980 250 | 1.6 | 520 | 680 | 250 | 2.5 | 520 | 730
(HPM7, 75 NAKEO, P20) 300 | 2 | 670 | 1,020 300 | 1.1 | 520 | 930 | 300 | 2 520 | 770
JC8015 7350 | 4 570 | 1,000 | 350 | 0.7 | 440 | 880 | 350 | 1 440 | 960
(over 40HRC) 400 | 0.5 | 520 | 1330 | 400 | 0.5 | 410 | 900 | 400 | 0.5 | 410 1,050
150 | 4 940 | 1,090 | 150 | 3 730 | 820 | 150 | 4 740 | 830
, 200 | 3 940 | 1,240 | 200 | 2.7 | 730 | 900 | 200 | 3 740 | 970
T?S%%1dls$(§}$)el JC5040 | 250 | 2 660 | 970 | 250 | 2.2 | 510 | 670 | 250 | 2 50| 770
below' 25508, | JC8118 | 300 | 1.5 | 660 | 1,160 | 300 | 1.6 | 510 | 750 | 300 | 1.5 | 520 | 910
350 | 1 560 | 980 | 350 | 1 440 | 670 | 350 | 1 440 | 770
400 | 05 | 520 | 1,330 | 400 | 0.5 | 400 | 900 | 400 | 05 | 410 1,050
150 | 4 790 | 920 150 | 3 610 | 710] 150 | 4 610 | 710
_ Jc8050 | 200 | 3 790 | 1,040 | 200 | 2.7 | 610 | 750 200 | 3 610 | 800
Stainless steel JC8015 250 2 550 850 | 250 2.2 430 560 | 250 2 430 630
odowasoie | yog11g | 300 | 1.5 | 550 | 960 | 300 | 1.6 | 430 | 650 300 | 1.5 | 430 750
350 | 1 470 | 800 | 350 | 1 370 | 540 | 350 | 1 370 | 630
400 | 05 | 430 | 1,100 | 400 | 0.5 | 340 | 740 | 400 | 05 | 340| 870
1C8015 | 100 | 2 660 | 600 | 100 | 1.5 | 500 | 480 | 100 | 2 510 | 470
wwithout | 150 | 1.8 | 660 | 610 | 150 | 1.2 | 500 | 500 150 | 1.8 | 510 | 490
Hardened die steel |chipbreaker| 200 1.6 460 460 | 200 1 350 380 | 200 1.6 360 380
(SKDE[]IS%Q%QHM pH103 || 250 | 1.2 | 460 | 500 | 250 | 0.8 | 350 | 420 250 | 1.2 360 | 390
i over 50HRC/| 300 | 0.8 | 400 | 530 | 300 | 0.6 | 300 | 460 | 300 | 0.8 | 310 | 400
350 | 0.4 | 370 | 470 | 350 | 0.3 | 280 | 390 | 350 | 0.4 | 280 | 380
150 | 4 890 | 1,240 | 150 | 3 690 | 970 | 150 | 4 700 | 980
Grey & Nodular 200 | 3 890 | 1,350 | 200 | 2.7 | 690 | 1,020 | 200 | 3 700 | 1,060
¢ast iron JC8015 [ 250 | 2 620 | 1,140 | 250 | 2.2 | 480 | 730 | 250 | 2 490 | 900
brGEeD) | Jc8118 [ 300 | 1.5 | 620 | 1,310 300 | 1.6 | 480 | 820 | 300 | 1.5 | 490 | 1,010
350 | 1 530 | 1,180 | 350 | 1 410 | 780 | 350 | 1 420 | 920
400 | 05 | 490 | 1,250 | 400 | 0.5 | 380 | 830 | 400 | 0.5 | 390 | 1,000
150 | 1.5 | 340 | 300 | 150 | 1 250 | 200 150 | 1.5 | 260 | 260
o Jc8o50 | 200 | 1.3 | 340 | 325] 200 | 0.9 | 250 | 240 | 200 | 1.3 | 260 | 200
Titanium alloy 08015 | 250 | 1.1 T 240 | 240 | 250 | 0.7 | 180 | 190 | 250 | 1.1 180 | 170
3543HRC og11g | 300 [ 0.9 [ 240 | 250 300 [ 0.5 | 180 | 230| 300 | 0.9 180 | 190
350 | 0.6 | 200 | 290 | 350 | 0.3 | 150 | 250 | 350 | 0.6 | 160 | 215
400 | 0.3 | 190 | 300 | 400 | 0.2 | 140 | 280 | 400 | 0.3 | 140 | 250
750 | 1.5 | 170 | 170 | 150 | 1 125 | 100 | 150 | 1.5 | 130 130
Ll 20 1o 25 502 01 o
Heat resistant alloy jgg;;g 300 | 09 | 120 | 130 300 | 05 | 90 | 7115] 300 | 09 | 90| 8
350 | 0.6 | 100 | 140| 350 | 0.3 | 75 130 | 350 | 0.6 80| 105
400 | 03 | 95 180 | 400 | 0.2 | 70 140 | 400 | 0.3 70 | 125
150 | 6 | 3,500 | 5500 | 150 | 4.5 | 2,800 | 4,400 | 150 | 6 2,800 | 4,400
Alminium alloy 200 | 5 | 3500 5700 | 200 | 4 | 2,800 | 4600 | 200 | 5 2,800 | 4,600
250 | 4 | 3050 | 5200 | 250 | 3.5 | 2,350 | 4,000 | 250 | 4 2,350 | 4,000
AT FZ05 1300 |3 2500 | 5200 | 300 | 2.5 | 2,000 | 4100 | 300 | 3 2,000 | 4,100
350 | 2 | 2400 | 4300 | 350 | 1.5 | 1,900 | 3400 | 350 | 2 1,000 | 3,400
400 | 1 2,000 | 3,200 | 400 | 1 1,600 | 2,600 | 400 | 1 1,600 | 2,600

Note 1. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
2. Wet cutting is recommended when machining Titanium, Inconel. 3. Use air blow
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‘ SUPER DIEMASTER HDM/SDH Type \

Il Recommended cutting conditions
@ Facemill type / Standard pitch
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Tool dia.(mm)
80 (R8) 100 (R8) 125 (R8) 160 (R8)

Material Grade 5N 6N 8N 9N
? dp n Vs ? ap n Vf ? ap n Vs ? ap n Vi
(mm) | (mm) |(min™) | (mm/min) | (mm) | (mm) |(min?) | (m/min) | (mm) | (mm) |(min?) | (m/min) | (mm) | (mm) |(min?) | [mm/mi)
150 | 4 | 780]1,050] 150 | 4 | 620]1040] 150 | 4 | 490] 820|150 | 4 | 380] 640
Jcsos0 |-2003 78011,190[ 200 [ 3 | 620[1,180[ 200 | 3 | 490] 930]200] 3 | 380] 720
C%g%gnsgggel es040 | 250 | 2 550 1,000] 250 | 2 | 430] 970250 | 2 | 340] 770|250 2 | 270] 610
(500, 555) Yog11g |-300 | 1.5 | 850( 1150|300 1.5 430( 7,120/ 300 | 1.5 | 340| 890|300 [ 1.5 | 270] 710
350 | 1 4701 970|350 | 1 370] 950|350 | 1 290 750] 350 1 230] 600
400 | 0.5 | 430/ 1300] 400 | 0.5 | 3701390 400 | 0.5 | 290 1,000| 400 | 0.5 | 230] 870
)C8050 |-150 3.5 | 740[1,070| 150 3.5 | 580(1,040] 150 3.5 | 460] 830] 150 3.5 | 360 650
Joa11g | 20013 740(1160] 200 | 3 | 580[1,140{ 200 3 | 460| 900|200 3 | 360 710
Mold steel 250 | 2.5 | 520 880|250 | 2.5 | 400| 840|250 | 2.5 | 320| 670|250 | 2.5 | 250| 530
(HPM7, X5 NAKEO, P20) 300 (2 | 50| 9203002 | 400] 880[300] 2 | 30| 710{300| 2 | 250 560
JC8015 7350 11 4401 1,150] 350 | 1 350 | 1,140 350 | 1 270] 880] 350 1 220 720
(over 40FRC) 400 0.5 | 410] 1260 400 | 0.5 | 350 | 1.300] 400 | 0.5 | 270 | 1,040| 400 | 0.5 | 220] 850
150 | 4 | 74001070 150 | 4 | 580] 970|150 | 4 | 460] 770|150 | 4 | 360] 610
. 200 | 3 74011160 200 | 3 | 580[1,140[ 200 | 3 | 460] 900] 200 3 | 360] 710
Tool& diesteel 15040 [ 250 [2 | 50| 880|250 |2 | 400| 880[250 | 2 | 30| 710|250 |2 | 250] 560
below 25548 | JC8118 [ 300 | 1.5 | 520| 920] 300 1.5 | 400( 1,050 300 | 1.5 | 320| 840[300| 1.5 | 250| 660
350 | 1 401,150 350 | 1 350 910{ 350 | 1 270 710|350 | 1 220|580
400 | 0.5 | 410/ 1260] 400 | 0.5 | 350 1340|400 | 0.5 | 270 1,040| 400 | 0.5 | 220] 850
150 | 4 610 850 150 | 4 | 480 830|150 | 4 | 390| 680|150 | 4 | 300] 520
. Jc8o50 |-200 (3 610] 960|200 3 | 480 940|200 3 | 390| 770|200 3 | 300] 59
Stainless steel | * {0 " | 250 | 2 430] 750250 [ 2 | 340] 740[250 | 2 | 270] 590[ 250 2 | 210] 460
odowasois | Jog11g | 300 | 1:5 | 430] 900|300 | 1.5 | 340| 880|300 | 1.5 | 270| 710|300 1.5 | 210| 550
350 | 1 370 750 350 | 1 280 710[ 350 | 1 230 590[ 350 1 180] 460
400 1 0.5 | 340[1,040] 400 | 0.5 | 280/ 7,070 400 | 0.5 | 230| 880|400 | 0.5 | 180] 690
JC8015 | 1002 510] 560] 100 | 2 | 390] 530|100 2 | 310] 430]100] 2 | 240] 330
wwithout | 150 | 1.8 | 510| 590|150 | 1.8 | 390| 560|150 | 1.8 | 310| 450|150 | 1.8 | 240] 350
Hardened die steel |[chipbreaker| 200 | 1.6 | 360| 450|200 | 1.6 | 270| 420|200 | 1.6 | 220| 350|200 1.6 | 170 270
(SKng'S%ﬁ%CDHA) DH103 || 250 | 1.2 | 360 470250 1.2 | 270| 430250 1.2 | 220] 360|250 1.2 | 170| 280
i over S0HRC/| 300 | 0.8 | 310 480|300 | 0.8 | 230 440] 300 0.8 | 180| 350|300 0.8 | 150 290
350 | 0.4 | 280 450350 0.4 | 230 460|350 0.4 | 180 370/ 350 | 0.4 | 150 310
150 |4 | 700] 1170|150 | 4 | 550]1,150| 150 | 4 | 440] 920] 150 | 4 | 340] 710
Grey & Nodular 200 | 3 7001 1270] 200 | 3 | 550[1,240[ 200 | 3 | 4407000200 3 | 340] 770
cast iron JC8015 [ 250 [ 2 49011,080[ 250 | 2 | 380[1,040[ 250 | 2 | 310] 850]250| 2 | 240] 660
bJFCFCD) | JCc8118 300 [ 1.5 | 490(1210[ 300 | 1.5 | 380170300 | 1.5 | 310] 960[300 | 1.5 | 240| 740
350 | 1 4201 1,00] 350 | 1 330 | 1,080| 350 | 1 260 850350 1 200] 660
400105 | 390[1200] 400 | 0.5 | 330/ 1260] 400 | 0.5 | 260]1,000] 400 | 0.5 | 200] 770
150 | 1.5 | 260] 310|150 | 1.5 | 200] 300150 | 1.5 | 150] 260|150 | 1.5 | 120] 180
o JC8050 | 200 | 1.3 | 260| 240|200 | 1.3 | 200| 230200 | 1.3 | 150| 170200 | 1.3 | 120] 140
Titanium alloy | 200" [250 [ 1.1 | 1801 200|250 | 1.1 140] 200|250 [ 1.1 | 100| 140|250 1.1 | 85[ 120
35-43HRC Jog11s | 300 0.9 | 1801 230{ 3001 0.9 | 140] 220300 0.9 | 100 160|300 0.9 | 85 135
350 | 0.6 | 160] 260350 | 0.6 | 120] 240|350 0.6 | 90| 180350 | 0.6 | 70| 140
400 103 | 140 300] 400 0.3 | 120 320/ 400 0.3 | 90| 240/ 400 0.3 | 70| 190
150 | 1.5 | 130] 150] 150 | 1.5 | 100] 150|150 | 1.5 | 80] 120/ 150 1.5 | 60] 90
e F R RO IR R R RO e
Heat resistant alloy jgg;;g 30009 | 90| 100[300] 09| 70| 100{300] 0.9 | 55| 80]300] 0.9 40| 55
350 | 0.6 | 80| 125|350 0.6 | 60| 120[350| 0.6 | 50| 100{350| 0.6 | 35/ 70
400 0.3 | 70| 15004001 0.3 60| 160|400 0.3 | 50| 130]400] 0.3 | 35| 90
150 | 6 | 2800/ 5300] 150 | 6 | 2400|5600 150 | 6 | 1900 5900 150 | 6 | 1,500] 5250
. 200 |5 |2800]5500] 200 5 |2400(5900]200] 5 [1900]6200]200] 5 |1,500]5500
A(lg_g;glfﬁgg;gy F705 | 25014 [2350] 4800|250 | 4 | 2050 (5300|250 | 4 | 1650| 5600|250 | 4 |1,300 5000
belows 011008 300 |3 | 2000]4900[300] 3 [1,900]5900]|300] 3 |1500]6200]300]| 3 |1200]5600
350 |2 | 1900 4100{ 350 | 2 [1,750|4700| 350 | 2 | 14005000350 | 2 | 1,100 4400
400 1 [1,600]3,7100] 400 | 1 | 1600 3800] 400 | 1 | 1250 4000] 400 | 1 |1,000]3,600

Note 1. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
2. Wet cutting is recommended when machining Titanium , Inconel. 3. Use air blow
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@ Modular head SDH type
Tool dia.(mm)
15/16 (R3.5) 20/22 (R3.5)
Material Grade 2N 2N
{ ap n Vs ? ap n \i
(mm) (mm) (min™) (mm/min) (mm) (mm) (min”) (mm/min)
70 1.4 3,500 | 1,650 70 15 2,900 | 1,450
Carbon steel JC8050 ' ' ' '
(8500, $550) JC5040 | 120 11 3500 | 1650 | 120 12 | 2900 | 1450
below 250HB JC8118 | 140 0.6 3300 | 1,500 160 0.7 2,800 | 1,350
Mold steel jgg?;ig 70 1.4 3,300 1,550 70 1.5 2,800 1,400
(HPM7,PX5,NAKS0, P20) 108015 120 1.1 3,300 1,550 120 1.2 2,800 1,400
30-43HRC (over 40HRC) 160 0.6 3,200 1,500 160 0.7 2,700 1,350
e g [0 s b [ n e
' JCs118 : ' ' : , '
below 255HB 160 0.6 3200 | 1,500 160 0.7 2,700 | 1,350
70 1.4 2,700 | 1,300 70 1.5 2300 | 1,200
Stainless steel | JC8050 ' ' ' '
Tsoson | Jcsois | 120 11 | 2700 | 1300 | 120 12 | 2300 | 1200
below 250HB JC8T18 [ 160 0.6 2600 | 1,250 160 0.7 2,200 | 1,100
, JC8015 70 0.7 2,400 | 1,150 70 0.8 2,000 | 1,000
Hardened die steel without
(SKD61, DAC, DHA) Chl[l:))ﬁr]e(}]%ker 120 0.5 2,400 1,1 50 120 0.6 2,000 1,000
40-50HRC (over s0HRe) | 160 0.3 2,200 | 1,050 160 0.3 1,900 950
Grey & Nodular - 70 1.4 3,100 | 1,550 70 15 2,600 | 1,400
castiron J 15
R i |12 1.1 3,700 | 1,550 120 1.2 2,600 | 1,400
below 300HB 160 0.6 3,000 | 1,400 160 0.7 2,500 | 1,300
70 0.5 1,200 600 70 0.5 1,000 500
Titanium allo JC8050
Nyheadd Jcso1s | 120 0.4 1,200 600 120 0.4 1,000 500
JC8118 [ 14 0.2 1,100 490 160 0.2 980 440
e 70 0.5 620 190 70 0.5 510 160
Heat Zi?iiﬂirét alloy | jcs118 120 0.4 560 190 120 0.4 470 160
JC80S0 | 140 0.2 520 190 160 0.2 440 160
B 70 2 8,600 | 4,800 70 2 7,200 | 4,300
Aminumalloy | e705 | 120 | 17 | 8600 | 4800 | 120 | 1.7 | 7200 | 4300
160 1.2 7,000 | 4,900 160 1.2 5800 | 4,300
Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

£: Overhang length
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Tool dia.(mm)
20/22 (R3.5) 25/28 (R5)
Material Grade 3N 2N
? ap n Vs ? ap n Vi
(mm) (mm) (min™) (mm/min) (mm) (mm) (min) (mm/min)
Carbon steel 108050 70 1.2 3,500 | 2,900 90 2 2,400 | 1,400
(8506, 5550) JC5040 | 120 0.8 3,500 | 2,900 140 1.5 2,400 | 1,400
below 250HB JC8118 | 140 0.5 3200 | 2,700 210 1 2300 | 1,300
Mold steel jggg?g 70 1.2 3300 | 2,600 90 2 2,200 | 1,300
(HPM7,PX5,NAK80,P20) 108015 120 0.8 3,300 2,600 140 1.5 2,200 1,300
SO-43HRC (vrdHRD) | 160 0.5 3100 | 2,300 210 1 2100 | 1,200
Tool & die steel 70 1.2 3300 | 2,600 90 2 2200 | 1300
(SKD61, SKD11) JC5040 1799 0.8 3300 | 2,600 | 140 15 2200 | 1300
below 255HB JC8118
160 0.5 3,00 | 2,300 210 1 2,100 | 1,200
Stainless steal | JC8050 70 1.2 2700 | 2,400 90 2 1800 | 1,050
(SUS304) Jc8o15 | 120 0.8 2700 | 2,400 140 15 1,800 | 1,050
below 2508 JC8T18 | 160 0.5 2600 | 2200 210 1 1700 | 1,000
JC8015
Hardened die steel | “Co0L: 70 0.7 2500 | 2,000 90 1 1600 | 1,000
(SKD61, DAC, DHA) chigm%%ker 120 0.5 2,500 2,000 140 0.5 1,600 1,000
A0-50HRC (over 50HRe) | 160 0.3 2,200 | 1,800 | 210 0.3 1,500 950
Grey & Nodular 70 1.2 3,050 | 2,600 90 2 2100 | 1,300
o Jes0s | 120 08 | 3050 | 2600 | 140 15 | 2100 | 1300
below 300HB 160 0.5 2900 | 2,400 210 1 1200 | 1,200
70 0.5 1,000 750 90 0.5 780 460
Titanium alloy JC8050 :
35-43HRC JC8015 120 0.4 1,000 750 140 0.4 780 460
JC8118 | 14 0.2 980 660 210 0.2 750 410
_ G 70 0.5 510 240 90 0.5 430 170
Heatresistantalioy | §cg118 | 120 0.4 470 | 240 | 140 0.4 390 | 140
JC80S0 | 140 0.2 440 240 210 0.2 370 140
J— 70 2 7200 | 6,400 90 35 5700 | 3,400
o | Fzos | 120 17 | 7200 | 6400 | 140 2 5700 | 3,400
160 1.2 5800 | 4,300 210 1.5 4500 | 2,200

Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

£: Overhang length
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Tool dia.(mm)
25(R3.5) /25 (R5) /28 (R5) 30 (R5) /32 (R6) /35 (R5)
Material Grade 3N 2N
? ap n \ ? ap n i
(mm) (mm) (min’) (mm/min) (mm) (mm) (min) (mm/min)
90 1.5 2,800 | 2,100 100 2.5 2,000 | 1,100
ng%g“g},ﬁf‘ 362040 [ 140 12 | 2800 | 27100 | 150 2 2000 | 1,100
below 250HB JC8118 | 91 0.7 2600 | 1900 | 210 1.2 1,900 | 1,000
Vold steel jggg?g 90 1.5 2,600 | 2,000 100 2.5 1,900 | 1,050
(HPM7,§X5,NAK80,P20) 108015 140 1.2 2,600 2,000 150 2 1,900 1,050
B (over40HRC) | 210 0.7 2,400 1,800 210 1.2 1,800 950
Tool& diesteel | joeou 90 1.5 2,500 | 1,600 100 2.5 1,900 | 1,050
(SKD61, SKD11) 108118 140 1.2 2,500 1,600 150 2 1,900 1,050
below 255HB 210 0.7 2400 | 1,400 | 210 12 1,800 950
. 90 1.5 2,100 | 1,400 100 2.5 1,550 850
Stalniess stee! 18018 [ 140 12 | 2100 | 1400 | 150 2 1,550 850
below 250HB JC8118 | 99 0.7 2,000 | 1,000 | 210 1.2 1,400 800
, JC8015 90 0.8 1,900 | 1,400 100 1.5 1,300 750
Hardened die steel | *without
(SKD61, DAC, DHA) chlgm%z;ker 140 0.6 1,900 1,400 150 1.2 1,300 750
40-50HRC oversorRe) | 210 0.4 1,800 | 1,000 210 0.7 1,200 700
Grey & Nodular 90 1.2 2,500 | 2,200 100 25 1,800 | 1,000
‘iggtF'ég)" jgg?}g 140 0.8 2500 | 2200 | 150 2 1,800 | 1,000
below 300HB 210 0.5 2,300 | 1,700 210 1.2 1,700 900
o 1C8050 90 0.5 780 690 100 0.5 730 470
Titanumalioy 1 cgo15 | 140 0.4 780 | 690 | 150 0.4 730 | 330
JC8T18 | 910 0.2 750 620 210 0.2 700 260
P 90 0.5 430 260 100 0.5 400 170
Heat gesﬁigmt alloy | Jcs118 140 0.4 390 210 150 0.4 380 150
JC8OS0 | 210 0.2 370 210 210 0.2 350 130
B 90 2.2 5700 | 5700 100 3.5 4500 | 2,700
Alminumalloy | £705 |20 | 19 | 5700 | 5100 | 150 | 2 4500 | 2,700
160 15 4,500 | 5100 210 1.5 3,600 | 1,800
Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

.

£: Overhang length
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Tool dia.(mm)
32/35(R5) 30 (R5) /35 (R6)
Material Grade 3N 3N
? ap n Vf ] ap n Vi
(mm) (mm) (min’) (mm/min) (mm) (mm) (min') (mm/min)
100 2.5 2,000 | 1,600 100 2 2100 | 1,900
Carbon steel JC8050 ' ' ' '
(8500, 5550) JC5040 | 150 2 2000 | 1,600 | 150 15 | 2100 | 1900
below 250HB JC8118 | 999 1.2 1900 | 1,400 210 0.8 2,000 | 1,600
Mold steel jgg?gg 100 2.5 1,900 | 1,550 100 7 2,000 | 1,800
(HPM7,PX5,NAKS0, P20) 108015 150 2 1,900 1,550 150 1.5 2,000 1,800
30-43HRC (over40HRC) | 210 1.2 1,800 1,400 210 0.8 1,900 1,550
Tool&diesteel | jozoa 100 2.5 1000 | 1,550 100 2 2,000 | 1,800
(SKD61, SKD11) 108118 150 2 1,900 1,550 150 1.5 2,000 1,800
below 255HB 210 1.2 1800 | 1,400 210 0.8 1900 | 1,500
100 2.5 1,550 | 1,250 100 2 1,750 | 1,500
Stainl teel JC8050 J 0 J ’
Tsoson | Jcs01s | 150 2 1550 | 1,250 | 150 15 | 1,750 | 1,500
below 250HB JC8T18 [ 910 1.2 1400 | 1,200 210 0.8 1,600 | 1,300
, JC8015 | 100 1.5 1,300 | 1,100 100 1.2 1,400 | 1,250
Hardened die steel without
(SKD61, DAC, DHA) Ch'gﬁ;%%ker 150 1.2 1,300 1,1 00 150 1 1,400 1,250
40-50HRC (over sobRe) | 210 0.7 1,200 950 210 0.5 1,300 | 1,100
Grey &tNOdUIar Joane 100 2.5 1,800 | 1,500 100 2 1,000 | 1,700
castiron
s e |1 2 1,800 | 1,500 150 15 1,000 | 1,700
below 300HB 210 1.2 1,700 | 1,350 210 0.8 1,800 | 1,600
100 0.5 730 650 100 0.5 730 650
Titanium allo JC8050
Myheadd Jcso1s | 150 0.4 730 650 150 0.4 730 650
JC8118 [ 919 0.2 700 600 210 0.2 700 600
Jc8015 |100 0.5 400 250 100 0.5 400 250
Heat rsesﬂgtH%rét alloy | ycg118 150 0.4 380 230 150 0.4 380 230
JC80S0 [ 919 0.2 350 200 210 0.2 350 200
| ” 100 3.5 4500 | 4,100 100 3.5 4500 | 4,100
Alminium allo
aminium a'ioy FZ05 150 2 4500 | 4,100 150 2 4500 | 4,100
210 15 3,600 | 2,700 210 15 3,600 | 2,700
Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

e

£: Overhang length
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Tool dia.(mm)
30/32/35(R5) 40 (R6)
Material Grade 4N 2N
? ap n Vit { ap n Vit
(mm) (mm) (min) (mm/min) (mm) (mm) (min’) (mm/min)
100 2 2100 | 2,500 100 2.5 1,550 890
Carbon steel JC8050 ' ' '
(8500, 5350 JC5040 | 150 15 2100 | 2,500 150 2 1,550 890
below 250H8 JC8118 | 919 0.8 2000 | 2,400 210 1.2 1,450 780
JC8050 | 100 7 2000 | 2,400 100 2.5 1,500 840
Mold steel Jcs118
(HPM7,PX5,NAK80,P20) 108015 150 1.5 2,000 2,400 150 2 1,500 840
SO-43HRC (v dohRD) | 210 0.8 1900 | 2,100 210 1.2 1450 780
Tooladiesteel | o500 100 2 2000 | 2400 100 2.5 1,500 840
(SKD61, SKD11) 150 15 2000 | 2400 150 2 1,500 840
below 255HB JC8118
210 0.8 1,900 | 2,100 210 1.2 1,450 780
100 9 1,750 | 2,000 100 2.5 1,250 700
Stainless steel | JC8050 ! ' '
Astson | Jcso1s | 150 15 | 1750 | 2,000 | 150 2 1250 700
below 2508 JC8T18 | 910 0.8 1600 | 1,700 210 1.2 1,200 670
_ JC8015 | 100 1.2 1,400 | 1,850 100 1.5 1,050 550
Hardened die steel without
(SKD61, DAC, DHA) Chlgﬁq%ﬂskﬂ 150 1 1,400 1,850 150 1.2 1,050 550
A0-50HRC ver SobRe) | 210 0.5 1,300 | 1,700 | 210 0.7 1,000 520
Grey & Nodular 100 2 1,000 | 2,250 100 2.5 1,400 800
vt R IRED 15 | 1900 | 2250 | 150 2 1,400 800
below 300HB 210 0.8 1,800 2,100 210 1.2 1,300 750
Jc8050 | 100 0.5 730 860 100 0.5 580 350
Titanium alloy
e Jcso1s | 150 0.4 730 860 150 0.4 580 350
JC8118 | 919 0.2 700 800 210 0.2 550 330
Jcgo1s | 100 0.5 400 330 100 0.5 290 170
Heatresistantalloy | jcg118 150 0.4 380 310 150 0.4 270 160
35-43HRC JC8050
210 0.2 350 270 210 0.2 250 120
N 100 3.5 4500 | 5,400 100 4 4000 | 2,400
Alminiumalioy | 705 [ 150 2 4500 | 5400 | 150 25 | 4000 | 2,400
210 15 3,600 | 3,600 210 2 3,200 | 1,600
Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

.

2: Overhang length
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Tool dia.(mm)
40 (R6) 42 (R5)
Material Grade 4N 5N
{ dp n Vi ? dp n Vi
(mm) (mm) (min’) (mm/min) (mm) (mm) (min) (mm/min)
100 2 1,900 | 2,300 100 1.8 1,750 | 2,600
Cé;%&%:ﬁﬁf L] G0 [ 80 15 | 1900 | 2300 | 150 13 | 1750 | 2,600
below 250HB JC8118 [ 9qg 0.8 1800 | 2200 | 210 0.7 1650 | 2,400
Mold steel jgg??g 100 2 1,800 2,100 100 1.8 1,700 2,500
(HPM7, PX5,NAKS0, P20) 108015 150 1.5 1,800 2,100 150 1.3 1,700 2,500
Ll (over 40HRC) | 210 0.8 1,700 2,000 210 0.7 1,600 2,200
Tool& diesteel | josou 100 2 1,800 | 2,100 100 1.8 1,700 | 2,600
(SKD61, SKD11) 108118 150 1.5 1,800 2,100 150 1.3 1,700 2,600
below 255HB 210 0.8 1700 | 2000 | 210 0.7 1600 | 2,400
Stainfess steel | 9€8050 | 100 % 1,550 | 1,600 100 1.8 1,400 | 2,100
(SUS304) JC8015 150 1.5 1,550 1,600 150 1.3 1,400 2,100
below 250HB JC8118 [ 99q 0.8 1,500 | 1,400 210 0.7 1,250 | 1,600
, JC8015 100 1.2 1,350 1,350 100 1.1 1,250 1,500
Hardened die steel | *without
(SKD61, DAC, DHA) chlga;%%ker 150 1 1,350 1,350 150 0.9 1,250 1,500
40-50HRC oversorRe) | 210 0.5 1,300 | 1,100 210 0.4 1,150 | 1,300
Grey & Nodular 100 2 1,700 2,050 100 1.8 1,650 2,400
C(ggtF'ég? jgg?}g 150 15 1700 | 2050 | 150 13 1650 | 2,400
below 300HB 210 0.8 1,600 | 1,800 210 0.7 1,550 | 2,200
o 18050 | 100 0.5 580 700 100 0.5 610 730
Ttanumalioy | jcgo15 | 150 0.4 580 | 700 | 150 0.4 610 | 730
JC8118 | 21 0.2 550 660 210 0.2 580 690
JeuE | G 0.5 290 340 100 0.5 300 310
Heat resistant alloy | JC8118 150 0.4 270 320 150 0.4 280 290
S543HRC JC80S0 | 219 0.2 250 240 210 0.2 260 250
B 100 4 4,000 | 4,800 100 3.5 3,800 | 5,700
Aminumalloy | £705 | 150 | 25 | 4000 | 4800 | 150 | 2 3800 | 5700
210 2 3200 | 3,200 210 15 3,000 | 3,700
Note

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

2. In case of chatter ocurring, recommended to reduce ap or Vf.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. In case of cutting hard materials (50-55HRC) , reduce ap, n, Vf by 30% from standard conditions table.
6. Wet cutting is recommended when machining Titanium, Inconel.

£: Overhang length
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H Grade selection guide

Material (i:raosr: Carbon steel - Tool steell|  Mold steel Hag(tiee‘r;le d Titﬂi:;::llloy Stainless steel | Alminium
Grade |JC8015JC5040 | JC8118 | JCB050| JC8015 | JCBOSO| Dt [JCB015/JC8050 | JCBOT5| JCBOS0| FZ05
Cat.No. JC5118 JC8118 jgg?}g JC8118 JC8118
RDMWO07T2MOT © @ O © @ O O
RD *x TO7T2MOE PAY PAY o PAY o © [ © [
RDMW1004MOT © @ O © O
RD < T1004MOT PAY O O [
RD * T1004MOE PAY o PAY o O o *
RDMT1004MOE-ML © ©
RDMW1204MOT © @ O © @
RD * T1204MOT PAY O O o
RD * T1204MOE PAG o PAG o O o w
RDMT1204MOE-ML @ O
RDMW1606MOT © © O © ©
RD * T1606MOT PAG O O o
RD < T1606MOE PAY [ PAY o O O PAg @
RDGT****MOF-AL ©
M Grade selection guide
Material Castiron C?égfgtgifl Mold steel Hardened steel | Stainless steel Alminium
Cat.No./Grade DH103 JC8015 JC8015 DH103 JC8015 FZ05
RDMW****MOT © O @) @ @
RDGT****MOF-AL @

* RDMW type : without chip breaker < RD*T type : with chip breaker
© : Firstchoice O : General cutting @ : Unstable cutting v : Light cutting
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