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Low cutting force geometry

Unique 3D geometry insert provides stable cutting and less power consumption.

Multi - flutes specification

High speed and high efficient machining.

Vibration free

Control vibration with combination of MSN carbide shank holder
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Insert Line-Up

High feed insert High feed insert for unfavorable conditions

EPMT100312ZER  EPMT100312ZER | EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

For high hardened Shoulder insert Shoulder insert Shoulder insert
steel for aluminum for general steel for Ti alloy

EPHW100316ZTR ZPMT1003...ZER-NL ZPMT1003...ZER-PL ZPMT1003...ZER-SL
(R0.4, 0.8, 2.0) (R0.4, 0.8, 2.0) (R0.4, 0.8, 2.0)

"Mirror Insert"
for finishing side & bottom face

A variety of inserts all fit into the same
body.

Multi-purpose cutter that can high feed,
square up and finish.

CBN insert

YPHW1003...ZER-... YPHW100308ZTR-F1
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oMMAX  MOX/QXPTe|

M Facemill Type W g
52 4

Through coolant hole Pocket Milling JHelical Interpolationy
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o Highfeed © Shoulder milling @ High feed (QXP-8066R) @ Shoulder milling (QXP-8066R)

¢Db D ¢Db

Db o $Db

od a od od

a
4l ™ 41 [ n 4

L <

L o

o Lo o N

T

= T

e} |
Lt

pdt RE0.4~RE2.0 @d1 RE1.2~RE2.0 gdt RE0.4~RE2.0
gd1 RE1.2~RE2.0 Do 9Dc 9Dc
@Dc
£ Dimensions (mm)
Cat.No g | £ Inserts
<2 S | ¢0c | Lf | ¢Db od | @d1 a b ?
=
gigggjgﬁl 2 : 6 4 | 45 | 35 | 16 14 | 84 | 56 | 18
QXP-7050R22 o |’ . EPH10035°2+R;
QXP-8050R-22 ® 40 ZPMT1003**ZER-**;
22 17 | 104 | 6.3 20
QXP-8052R-22 (] 8 52 50 YPHW1003**Z*R-**
QXP-8063R-22 ) 63 48
QXP-8066R-27 () 66 27 20 | 124 7 22
Screw Torque(N.m) Wrench
DSW-2563H 1.1 A-08
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H Endmill Shank Type
Face Milling Shoulder Milling Pocket Milling He\ica\\nterpu\ﬁw

@ High feed
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RE1.2~RE2.0 L

L& 2
- | n
RED.4-RE2.0 .

oDc

ik
|
|
\
|
|
|
|
|
[

¢Ds

2 Dimensions (mm) Parts
Cat.No S = Inserts
& S ¢Dc Y] L oD1 | o¢Ds Screws  |Wrench
=
QXPS2016S16+A [ ] 2 16 30 100 15 16 TSW-2556H EP**1003**Z*R;
QXPS3020S20+A [ ] 3 20 50 130 18.85 20 A-08 ZPMT1003**ZER-**;
QXPS4025525+A ° 4 25 60 140 | 236 | 25 DSW-2563H YPHW1003**Z*R-**

Screw Torque(N.m)
TSW-2556H
DSW-2563H

1.1
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Through coolant hole Face Milling Shoulder Milling Copy Milling Pocket Milling Hehna\ \merpnlatml

@ High feed -
c a

RE0.4~RE2.0 Lt
_ 2 Dimensions (mm) Parts
CatNo & S |gDc| Lf [gDb | MD | C | W Screws Wrench inserts
MQX-2016-M8 (] 16 M8
MQX-2017-M8 o | 2w B Miwg &1
MQX-3020-M10 ° 3 20 M10 TSW-2556H
MQX-4020-M10 (] 30 | 18 | M10 9 14
MQX-4021-M10 ° 4 21 M10
MQX-4025-M12 [ 25 M12
MQX-5025-M12 () 5 5 M12
MQX-4026-M12 ° s | 35| [ M12] 10 | 17 EP**1003**Z°R:
MQX-5026-MT2 o M12 A-08 | ZPMT1003**ZER-**;
MQX-5028-M12 (] 5 28 23.6 | M12 '
MQX-5030-M16 ° 30 27 | M16 YPHW1003**Z*R-"**
MQX-5032-M16 ° 2 M16 DSW-2563H
MQX-6032-M16 ° sg |MI6| 12| 22
MQX-5035-M16 () 35 | a3 M16
MQX-6035-M16 () 6 M16
MQX-6040-M16 (] 40 M16
MQX-7040-M16 () 7 32 | M16| 14 | 26
MQX-6042-M16 ) 6 42 M16
Screw Torque(N.m)
TSW-2556H o
DSW-2563H '




Tooling by DIJET

(%)

—

(=}

o

=

Ll

—

)

<

>

a

= M Insert
High feed insert Shoulder insert for general steel
(EPMT1003 * * ZER) (ZPMT1003 * * ZER-PL)

L
Ee@/ < =
lﬁi/jAN
Shoulder insert for Ti alloy

(ZPMT1003 % > ZER-SL) /\
S —
{ 8 =
High feed insert for unfavorable conditions RE 1 a
(EPMW100312ZER) s |

/\
|
° 4 "Mirror Insert" for finishing side & bottom face
= F /\ (YPHW1003 > > ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)
_ AN
R

,;%\7
High feed insert for unfavorable conditions S -
(EPMW100312ZTR) (YPHW100303ZER-15)

For high hardened steel
(EPHW100316ZTR)

CBN insert

LN

(YPHW100308ZTR-F1)

Shoulder insert for aluminum "Mirror Insert" for finishing side & bottom face
(ZPMT1003 3 3 ZER-NL) (YPHW100320ZER-24)

=

S o =
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PVD coating S|E|lm Dimensions (mm)
Ol | O
SO
(o5 oD
Type Cat.No. é
2 [Te)
|2 8|28 2 8|w|lw/S| L | S| W RE|AN
2N |I5|5|18|8|a|z|oc|X%|E
S|a|S (5|55 |ajlalwc|o|D
EPMT100312ZER M|@® [ J [ N BN J 10 3.2 6 | 1.2 |171°
High feed
insert EPMT100320ZER M| @ 10 3.2 6 | 20 | 11°
High feed insert EPMW100312ZER M|@® [ } 10 3.2 6 | 1.2 | 11°
for unfavorable .
conditions EPMW100312ZTR M|@® o o 10 3.2 6 | 1.2 | 11
For high EPHW100316ZTR |H |® @ 0 (32| 6 |16 11°
hardened steel
ZPMT100304ZER-NL | M [ ] 10.08 | 3.4 6 |04 |171°
Shoulder insert | ZPMT100308ZER-NL |M [ ] 10.08 | 3.4 6 | 0.8 11°
for aluminum
ZPMT100320ZER-NL | M [ ] 10.08 | 3.4 6 |20 |171°
ZPMT100304ZERPL |M | @ (@ o o 10.08 | 3.4 6 | 04| 11°

Shoulder insert
for ZPMT100308ZERPL |M | @ @ [ ) o 10.08 | 3.4 6 | 0.8 [11°

general steel

ZPMT100320ZERPL (M |@ | @ ° ®| (100834 | 6 |20 11°

ZPMT100304ZERSL |M ° ° 100834 | 6 |04 | 11°

Shoulderinsert | /o, \r1003087ER-SL | M ° ° 100834 | 6 |08 11°
for Ti alloy

ZPMT100320ZERSL | M ° ° 100834 | 6 | 20| 11°

YPHW100303ZER-15 |H | |@ ° ®| [1006/335 6 |03 11°

YPHW100308ZER-15 |H | | @ ®| [1006/335 6 |08 11°

"Mirror Insert"
for finishing side YPHW100308ZER-F | H o 1006 3.35| 6 | 0.8 | 11°

& bottom face

YPHW100308ZTR-F1 | H @® (1006 |3.35| 6 | 0.8 | 11°

YPHW100320ZER-24 | H ® ® 10.06 |13.35| 6 | 2.0 | 11°

GRADE MARKING
JC8118/DS118 JC8050 / JC7560 / DS150

° Q
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Carbon steel Tool & die steel Mold steel Mold steel
Tl (S50C, S55C) (SKD61, SKD11) (HPM?7, PX5, P20) (NAK80, HPM1, P21)
below 250HB below 255HB 30-36HRC 38-43HRC
Cat.No. Grade |cong |scsos0 [Jcrseo [owio2 [osiie |Ds150 [JCErTs |Jce0s0 |Jc7se0 |DHIGR | DStia [Dsis0  [Jcerie |Jcatso |ic7se0 [Duioe [osiie [osts [Jcerts |Jceoso |Jc7seo | Duice | siis |osiso
EPMT1003 % * ZER| ¥ | ¥¢ | ¥ Y| Yo | K w | | K | ¥
EPMW100312ZER O
EPMW100312ZTR | O | O | © 0100 0|10 |0 © 0
EPHW100316ZTR
Hardened die steel Hardened die steel Grey cast iron Stainless steel
Material (SKD61, DAC, DHA) (SKD11, SLD, DC11) (FC, FCD) (SUS304)
42-52 HRC 55-62HRC below 300HB below 250HB
Cat.No. Grade |jcong |scams0 [sc7560 [DHice [ostie |0sis [icsiis |Jcatso |Jcrseo | Owio2 | D118 |Ds1S0 [Jcaria |Jcatso |ic7se0 |DHioe [ostia |DsisD [dcaris |Jcansn |Jc7s60 |Daig: |ostie | osteD
EPMT1003 * % ZER| ¥ X | X O OO
EPMW100312ZER | O O ©) ()
EPMW100312ZTR | @ o o O
EPHW100316ZTR | © ©
+ EPMT Type : with chip breaker
. Titanium alloy Heat resistant alloy + EPMW Type : without chip breaker
Material (Ti-6Al-4V) (INCO718) + EPMW Type : without chip breaker
©': Firstchoice
Cat.No. Grade | og11g |ycoos0 |scrseo |owioz [ostie [ostso |Jceris | Jcaoso |dcrseo |owioe | osvis |osiso O For general milling
emooss 7R O 10 (@ [O[616[010f [O10] & Lt ngioee
EPMW100312ZER L ) X: Not recommended
EPMW100312ZTR
EPHW100316ZTR
H Definition of corner shape for programming (mm)
Over cut i
Corner radius
for programming | Over cut | Remains
i i R1.2 R1.0 0 0.57
Corner radius for programming R \/
* EPMT/W Type . - R1.5 (Std.) 0 0.45
(RE=R1.2) < L R2.0 004 | 033
Remains = Z R2.5 021 | 021
W=2.9 R3.0 0.40 0.09
(mm)
Qer cut Corner radius
for programming Over cut | Remains
«EPMT Type Corner radius for programming R k2o R1.0 0 0.51
(RE=R2.0) ? 2 R1.5 0 0.31
< & R2.0 (Std.) 0 0.13
Remains ~ _— ]
= R2.5 0.12 0.04
W=l R3.0 0.32 0
Over cut (mm)
Corner radius
for programming Over cut | Remains
i i R1.
« EPHW Type Corner radius for programming R 6 R1.0 0 0.42
“ 7 S R1.5 (Std.) 0 0.33
Remains — % R2.0 0.01 0.23
=
W=2.9 R2.5 0.17 0.14
R3.0 0.37 0.05
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Il Recommended Data for Profile Milling

Ramping Helical interpolation @ Calculation of tool pass dia.
L @Dh

¢dc = ¢Dh - ¢Dc

Tool pass dia. Boredia. Tool Dia.

@ Depth of cut per one circuit should
not exceed max. depth of cut Ap

¢Dc

@ Down cutting is recommended,
tool pass rotation should be
counterclockwise

e

dc

@ 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 Z axis feed (F) from standard cutting condition table

@ Long consecutive chips may result in case of drilling, confirm safe operating conditions

|l EPM*100312ZER

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth ; denth
Cat.No. Tool dia. S ;i Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angle% g Total cuttir?g length L((ngzn) Min.Bore dia. | Max.Bore dia. |  7(mm)

QXP- 040R-16 40 34.1 1 0.5 114.6 70 78 0.6
QXP- > 050R- * * 50 44.1 1 0.4 143.2 90 98 0.6
QXP-8052R-22 52 46.1 1 0.35 163.7 94 102 0.6
QXP-8063R- >k 63 57.1 1 0.3 191 116 124 0.6
QXP-8066R- * * 66 60.1 1 0.3 191 122 130 0.6
QXP-2016-30-S16 16 10.2 0.8 1.8 25.5 22 30 0.6
QXP-3020-50-S20 20 14.1 0.8 1.4 32.7 30 38 0.6
QXP-4025-60-S25 25 19.1 0.8 1 45.8 40 48 0.6
QXP-5032-70-S32 32 26.1 0.8 0.7 65.5 54 62 0.5
QXP-6040-45-S32 40 34.1 0.8 0.5 91.7 70 78 0.6
MQX-> 016-M8 16 10.2 0.8 1.8 25.5 22 30 0.6
MQX-> 017-M8 17 11.2 0.8 1.6 28.6 24 32 0.6
MQX->k 020-M10 20 14.1 0.8 1.4 32.7 30 38 0.6
MQX->021-M10 21 15.1 0.8 1.3 35.3 32 40 0.6
MQX->k 025-M12 25 19.1 0.8 1 45.8 40 48 0.6
MQX- > 026-M12 26 20.1 0.8 0.95 48.2 42 50 0.6
MQX->k 028-M12 28 22.1 0.8 0.85 53.9 46 54 0.6
MQX-> 030-M16 30 241 0.8 0.8 57.3 50 58 0.5
MQX- 032-M16 32 26.1 0.8 0.7 65.5 54 62 0.5
MQX-* 035-M16 35 29.1 0.8 0.6 76.4 60 68 0.5
MQX-> 040-M16 40 34.1 0.8 0.5 91.7 70 78 0.6
MQX- >k 042-M16 42 36.2 0.8 0.45 101.9 74 82 0.6
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Il Recommended Data for Profile Milling

| L EPMT100320ZER
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% g Total cuttirF:g length L((nF:r)n) Min.Bore dia. | Max.Bore dia. |  z(mm)

QXP->< 040R-16 40 35.1 1 0.55 104.2 72 78 0.7
QXP-k 050R- * 50 45.1 1 0.4 143.2 92 98 0.7
QXP-8052R-22 52 47.2 1 0.4 143.2 96 102 0.7
QXP-8063R-* * 63 58.2 1 03 191 118 124 0.7
QXP-8066R- * * 66 61.2 1 03 191 124 130 0.7
QXP-2016-30-S16 16 1.2 0.8 23 19.9 24 30 0.7
QXP-3020-50-S20 20 15.1 0.8 1.5 30.6 32 38 0.7
QXP-4025-60-S25 25 20.1 0.8 1.1 41.7 42 48 0.6
QXP-5032-70-S32 32 27.1 0.8 0.75 61.1 56 62 0.6
QXP-6040-45-S32 40 35.1 0.8 0.55 83.3 72 78 0.7
MQX->016-M8 16 11.2 0.8 2.3 19.9 24 30 0.7
MQX-> 017-M8 17 12.2 0.8 2 22.9 26 32 0.7
MQX-> 020-M10 20 15.1 0.8 1.5 30.6 32 38 0.7
MQX->021-M10 21 16.1 0.8 1.4 32.7 34 40 0.7
MQX-> 025-M12 25 20.1 0.8 1.1 41.7 42 48 0.6
MQX- > 026-M12 26 21.1 0.8 1 45.8 44 50 0.6
MQX-> 028-M12 28 23.1 0.8 0.9 50.9 48 54 0.6
MQX- > 030-M16 30 25.1 0.8 0.85 53.9 52 58 0.6
MQX-* 032-M16 32 27.1 0.8 0.75 61.1 56 62 0.6
MQX->* 035-M16 35 30.1 0.8 0.65 70.5 62 68 0.6
MQX-> 040-M16 40 35.1 0.8 0.55 83.3 72 78 0.7
MQX- 042-M16 42 37.1 0.8 0.55 83.3 76 82 0.7

| { EPMW100312ZTR
Ramping Helical interpolation
. Max.drilling
) Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% 9 Total cuttir?g i L((n?r)n) Min.Bore dia. | Max.Bore dia. | 7(mm)

QXP-> 040R-16 40 34.1 1 0.4 143.2 70 78 0.6
QXP-> 050R- > 50 44.1 1 03 191 90 98 0.6
QXP-8052R-22 52 46.1 1 0.25 229.2 94 102 0.6
QXP-8063R-* * 63 57.1 1 0.2 286.5 116 124 0.6
QXP-8066R- * * 66 60.1 1 0.2 286.5 122 130 0.6
QXP-2016-30-S16 16 10.2 0.8 1.7 27 22 30 0.6
QXP-3020-50-S20 20 14.1 0.8 1.3 353 30 38 0.6
QXP-4025-60-S25 25 19.1 0.8 0.9 50.9 40 48 0.6
QXP-5032-70-532 32 26.1 0.8 0.6 76.4 54 62 05
QXP-6040-45-S32 40 34.1 0.8 0.4 114.6 70 78 0.6
MQX->k 016-M8 16 10.2 0.8 1.7 27 22 30 0.6
MQX-> 017-M8 17 11.2 0.8 1.5 30.6 24 32 0.6
MQX-> 020-M10 20 14.1 0.8 1.3 35.3 30 38 0.6
MQX- 021-M10 21 15.1 0.8 1.2 38.2 32 40 0.6
MQX->k 025-M12 25 19.1 0.8 0.9 50.9 40 48 0.6
MQX-> 026-M12 26 20.1 0.8 0.85 53.9 42 50 0.6
MQX- > 028-M12 28 22.1 0.8 0.75 61.1 46 54 0.6
MQX-> 030-M16 30 24.1 0.8 0.7 65.5 50 58 0.5
MQX->k 032-M16 32 26.1 0.8 0.6 76.4 54 62 0.5
MQX-> 035-M16 35 29.1 0.8 0.5 91.7 60 68 0.5
MQX-> 040-M16 40 34.1 0.8 0.4 114.6 70 78 0.6
MQX->k 042-M16 42 36.2 0.8 0.35 131 74 82 0.6
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Ramping Helical interpolation
. Max.drilling
. Effective Max.depth . depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angleg 9 Total cuttir?g length L((rri:r)n Min.Bore dia. | Max.Bore dia. Z(mm)

QXP-> 040R-16 40 34.1 0.6 0.3 114.6 70 78 0.6
QXP-3 050R- > > 50 44.1 0.6 0.2 171.9 90 98 0.6
QXP-8052R-22 52 46.1 0.6 0.2 171.9 94 102 0.6
QXP-8063R- * * 63 57.1 0.6 0.15 229.2 116 124 0.6
QXP-8066R- * 66 60.1 0.6 0.15 229.2 122 130 0.6
QXP-2016-30-S16 16 10.2 0.6 1.1 31.2 22 30 0.6
QXP-3020-50-S20 20 14.1 0.6 0.8 43 30 38 0.6
QXP-4025-60-525 25 19.1 0.6 0.55 62.5 40 48 0.6
QXP-5032-70-S32 32 26.1 0.6 0.4 85.9 54 62 0.5
QXP-6040-45-S32 40 34.1 0.6 0.3 114.6 70 78 0.6
MQX- > 016-M8 16 10.2 0.6 1.1 31.2 22 30 0.6
MQX- > 017-M8 17 1.2 0.6 1 34.4 24 32 0.6
MQX- > 020-M10 20 14.1 0.6 0.8 43 30 38 0.6
MQX->021-M10 21 15.1 0.6 0.7 49.1 32 40 0.6
MQX- > 025-M12 25 19.1 0.6 0.55 62.5 40 48 0.6
MQX-* 026-M12 26 20.1 0.6 0.5 68.8 42 50 0.6
MQX- > 028-M12 28 22.1 0.6 0.45 76.4 46 54 0.6
MQX- > 030-M16 30 24.1 0.6 0.4 85.9 50 58 0.5
MQX- > 032-M16 32 26.1 0.6 0.4 85.9 54 62 0.5
MQX- > 035-M16 35 29.1 0.6 0.35 98.2 60 68 0.5
MQX- > 040-M16 40 34.1 0.6 0.3 114.6 70 78 0.6
MQX- > 042-M16 42 36.2 0.6 0.25 137.5 74 82 0.6

N ZPMT100304ZER-**

Ramping Helical interpolation
) Max.drilling
) Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angle% g Total cuttir?g length L((n??n) Min.Bore dia. | Max.Boredia.|  z(mm)

QXP->¢ 040R-16 40 39 1 0.95 60.3 75.6 78.4 0.6
QXP-> 050R- * * 50 49 1 0.7 81.8 95.6 98.4 0.6
QXP-8052R-22 52 51 1 0.65 88.1 99.6 102.4 0.6
QXP-8063R- >k * 63 62 1 0.55 104.2 121.6 124.4 0.6
QXP-8066R-* * 66 65 1 0.5 114.6 127.6 130.4 0.6
QXP-2016-30-S16 16 15 0.8 3 15.3 27.6 30.4 0.6
QXP-3020-50-520 20 19 0.8 2.4 19.1 35.6 38.4 0.6
QXP-4025-60-S25 25 24 0.8 1.7 27 45.6 48.4 0.6
QXP-5032-70-S32 32 31 0.8 1.2 38.2 59.6 62.4 0.5
QXP-6040-45-S32 40 39 0.8 0.95 48.2 75.6 78.4 0.6
MQX-> 016-M8 16 15 0.8 3 15.3 27.6 30.4 0.6
MQX->017-M8 17 16 0.8 3.2 14.3 29.6 32.4 0.6
MQX-> 020-M10 20 19 0.8 2.4 19.1 35.6 38.4 0.6
MQX-> 021-M10 21 20 0.8 2.2 20.8 37.6 40.4 0.6
MQX-> 025-M12 25 24 0.8 1.7 27 45.6 48.4 0.6
MQX- > 026-M12 26 25 0.8 1.6 28.6 47.6 50.4 0.6
MQX-> 028-M12 28 27 0.8 1.5 30.6 51.6 54.4 0.6
MQX-> 030-M16 30 29 0.8 1.3 35.3 55.6 58.4 0.5
MQX- > 032-M16 32 31 0.8 1.2 38.2 59.6 62.4 0.5
MQX- > 035-M16 85} 34 0.8 1.1 41.7 65.6 68.4 0.5
MQX-> 040-M16 40 39 0.8 0.95 48.2 75.6 78.4 0.6
MQX-> 042-M16 42 41 0.8 0.85 53.9 79.6 82.4 0.6
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Il Recommended Data for Profile Milling

N ZPMT100308ZER-**

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth : depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% g Total cuttirF:g length L((rﬁzn) Min.Bore dia. | Max.Bore dia. Z(mm)

QXP->< 040R-16 40 38.2 1 0.95 60.3 74.8 77.6 0.6
QXP->k 050R- * * 50 48.2 1 0.7 81.8 94.8 97.6 0.6
QXP-8052R-22 52 50.2 1 0.65 88.1 98.8 101.6 0.6
QXP-8063R-* * 63 61.2 1 0.55 104.2 120.8 123.6 0.6
QXP-8066R- * * 66 64.2 1 0.5 114.6 126.8 129.6 0.6
QXP-2016-30-S16 16 14.2 0.8 3 15.3 26.8 29.6 0.6
QXP-3020-50-S20 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
QXP-4025-60-525 25 23.2 0.8 1.7 27 44.8 47.6 0.6
QXP-5032-70-S32 32 30.2 0.8 1.2 38.2 58.8 61.6 0.5
QXP-6040-45-S32 40 38.2 0.8 0.95 48.2 74.8 77.6 0.6
MQX-> 016-M8 16 14.2 08 3 15.3 26.8 29.6 0.6
MQX-> 017-M8 17 15.2 0.8 3.2 14.3 28.8 31.6 0.6
MQX-> 020-M10 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
MQX- 021-M10 21 19.2 0.8 2.2 20.8 36.8 39.6 0.6
MQX-> 025-M12 25 23.2 08 1.7 27 44.8 47.6 0.6
MQX- > 026-M12 26 24.2 0.8 1.6 28.6 46.8 49.6 0.6
MQX- > 028-M12 28 26.2 0.8 1.5 30.6 50.8 53.6 0.6
MQX- > 030-M16 30 28.2 0.8 1.3 35.3 54.8 57.6 0.5
MQX- > 032-M16 32 30.2 0.8 1.2 38.2 58.8 61.6 0.5
MQX- > 035-M16 35 33.2 0.8 1.1 41.7 64.8 67.6 0.5
MQX-> 040-M16 40 38.2 08 0.95 48.2 74.8 77.6 0.6
MQX- > 042-M16 42 40.2 0.8 0.85 53.9 78.8 81.6 0.6

N ZPMT100320ZER-**
Ramping Helical interpolation
. Max.drilling
: Effective Max.depth : depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . ) . ep

Cutting dia. | of cut:ap angle% g Total cuttir?g length L((ngzn) Min.Bore dia. | Max.Bore dia. Z(mm)

QXP-> 040R-16 40 35.8 1 0.95 60.3 70 75.2 0.6
QXP- 050R- 50 45.8 1 0.7 81.8 90 95.2 0.6
QXP-8052R-22 52 47.8 1 0.65 88.1 94 99.2 0.6
QXP-8063R-* * 63 58.8 1 0.55 104.2 116 121.2 0.6
QXP-8066R- * * 66 61.8 1 0.5 114.6 122 127.2 0.6
QXP-2016-30-S16 16 11.8 0.8 3 15.3 22 27.2 0.6
QXP-3020-50-520 20 15.8 0.8 2.4 19.1 30 35.2 0.6
QXP-4025-60-S25 25 20.8 0.8 1.7 27 40 45.2 0.6
QXP-5032-70-S32 32 27.8 0.8 1.2 38.2 54 59.2 0.5
QXP-6040-45-S32 40 35.8 0.8 0.95 48.2 70 75.2 0.6
MQX->016-M8 16 11.8 0.8 3 15.3 22 27.2 0.6
MQX-* 017-M8 17 12.8 0.8 3.2 14.3 24 29.2 0.6
MQX-> 020-M10 20 15.8 0.8 2.4 19.1 30 35.2 0.6
MQX->021-M10 21 16.8 0.8 2.2 20.8 32 37.2 0.6
MQX- > 025-M12 25 20.8 0.8 1.7 27 40 45.2 0.6
MQX- > 026-M12 26 21.8 0.8 1.6 28.6 42 47.2 0.6
MQX-> 028-M12 28 23.8 0.8 1.5 30.6 46 51.2 0.6
MQX-> 030-M16 30 25.8 0.8 1.3 353 50 55.2 0.5
MQX-* 032-M16 32 27.8 0.8 1.2 38.2 54 59.2 0.5
MQX-> 035-M16 35 30.8 0.8 1.1 N7 60 65.2 0.5
MQX-> 040-M16 40 35.8 0.8 0.95 48.2 70 75.2 0.6
MQX- > 042-M16 42 37.8 0.8 0.85 53.9 74 79.2 0.6
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Ramping Helical interpolation
. Max.drilling
. Effective Max.depth -
Cat.No. Tool dia. S : Max.ramping | Max.depth of cut (ap) | ,,: : : depth
.| ofcut:a - Min.Bore dia. | Max.Bore dia.
Cutting dia P angle ®  [Total cutting length L (mm) Qe ax.Bore dia. | - 7(mm)
QXP-> 040R-16 40 39.3 0.3 1 17.2 77 78.7 0.3
QXP->* 050R- * * 50 49.3 0.3 0.75 22.9 97 98.7 0.3
QXP-8052R-22 52 51.3 03 0.7 24.6 101 102.7 03
QXP-8063R-* * 63 62.3 03 0.6 28.6 123 124.7 03
QXP-8066R- * * 66 65.3 0.3 0.55 31.3 129 130.7 0.3
QXP-2016-30-S16 16 15.3 0.3 1.3 13.2 29 30.7 0.2
QXP-3020-50-520 20 19.3 03 2.1 8.2 37 38.7 03
QXP-4025-60-S25 25 24.3 0.3 1.8 9.5 47 48.7 0.3
QXP-5032-70-S32 32 31.3 0.3 1.3 13.2 61 62.7 0.3
QXP-6040-45-532 40 39.3 03 1 17.2 77 78.7 03
MQX->016-M8 16 15.3 0.3 1.3 13.2 29 30.7 0.2
MQX->017-M8 17 16.3 0.3 1.7 10.1 31 32.7 0.3
MQX-> 020-M10 20 19.3 03 2.1 8.2 37 38.7 03
MQX-> 021-M10 21 203 03 2.4 7.2 39 40.7 03
MQX- > 025-M12 25 24.3 0.3 1.8 9.5 47 48.7 0.3
MQX- > 026-M12 26 25.3 03 1.7 10.1 49 50.7 03
MQX- 028-M12 28 27.3 03 1.6 10.7 53 54.7 0.3
MQX-> 030-M16 30 29.3 0.3 1.4 12.3 57 58.7 0.3
MQX- > 032-M16 32 31.3 0.3 1.3 13.2 61 62.7 0.3
MQX- > 035-M16 85 34.3 0.3 1.2 14.3 67 68.7 0.3
MQX-> 040-M16 40 39.3 03 1 17.2 77 78.7 03
MQX- >k 042-M16 42 41.3 0.3 0.9 19.1 81 82.7 0.3

| [ YPHW100308ZER-15
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth . depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angIeFO) 9 Total cuttirr:g length L((nl:l)'n) Min.Bore dia. | Max.Bore dia. |  7(mm)

QXP->< 040R-16 40 38.3 0.3 1 17.2 75 77.7 0.3
QXP- 050R- * * 50 483 03 0.75 22.9 95 97.7 0.3
QXP-8052R-22 52 50.3 03 0.7 24.6 99 101.7 0.3
QXP-8063R-> * 63 61.3 0.3 0.6 28.6 121 123.7 0.3
QXP-8066R-* * 66 64.3 03 0.55 31.3 127 129.7 0.3
QXP-2016-30-S16 16 14.3 03 1.4 12.3 27 29.7 0.2
QXP-3020-50-S20 20 18.3 0.3 2.2 7.8 35 37.7 0.3
QXP-4025-60-S25 25 23.3 0.3 1.9 9 45 47.7 0.3
QXP-5032-70-832 32 30.3 03 1.4 12.3 59 61.7 0.3
QXP-6040-45-332 40 38.3 03 1 17.2 75 71.7 0.3
MQX-> 016-M8 16 14.3 03 1.4 12.3 27 29.7 0.2
MQX->k017-M8 17 15.3 0.3 1.8 9.5 29 31.7 0.3
MQX-> 020-M10 20 18.3 03 2.2 7.8 35 37.7 03
MQX->021-M10 21 19.3 0.3 2.5 6.9 37 39.7 0.3
MQX->k 025-M12 25 23.3 0.3 1.9 9 45 47.7 0.3
MQX->k 026-M12 26 24.3 0.3 1.8 9.5 47 49.7 0.3
MQX-> 028-M12 28 26.3 03 1.7 10.1 51 53.7 0.3
MQX-> 030-M16 30 28.3 0.3 1.5 11.5 55 57.7 0.3
MQX->k 032-M16 32 30.3 03 1.4 12.3 59 61.7 03
MQX- > 035-M16 35 333 0.3 1.2 14.3 65 67.7 0.3
MQX->k 040-M16 40 38.3 03 1 17.2 75 71.7 0.3
MQX- > 042-M16 42 40.3 0.3 0.9 19.1 79 81.7 0.3
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Tooling by DIJET

Il Recommended Data for Profile Milling

| K YPHW100320ZER-24
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth g depth
Cat.No. Tool dia. - : Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angleg g Total cuttirr:g length L((ngzn) Min.Bore dia. | Max.Bore dia. |  7(mm)

QXP- 040R-16 40 35.9 03 1.1 15.6 70.2 75.3 0.3
QXP- > 050R- * * 50 45.9 03 0.9 19.1 90.2 95.3 03
QXP-8052R-22 52 47.9 0.3 0.85 20.2 94.2 99.3 0.3
QXP-8063R-* * 63 58.9 03 0.65 26.4 116.2 121.3 0.3
QXP-8066R- * * 66 61.9 03 0.65 26.4 122.2 127.3 0.3
QXP-2016-30-S16 16 11.9 0.3 1.9 9 222 27.3 03
QXP-3020-50-520 20 15.9 03 2.5 6.9 30.2 35.3 0.3
QXP-4025-60-525 25 20.9 03 2.2 7.8 40.2 45.3 0.3
QXP-5032-70-532 32 27.9 0.3 1.5 11.5 54.2 59.3 0.3
QXP-6040-45-532 40 35.9 03 1.1 15.6 70.2 75.3 03
MQX-* 016-M8 16 11.9 03 1.9 9 22.2 27.3 03
MQX- 017-M8 17 12.9 03 2.2 7.8 24.2 29.3 0.3
MQX-> 020-M10 20 15.9 0.3 2.5 6.9 30.2 35.3 03
MQX- 021-M10 21 16.9 03 2.8 6.1 32.2 37.3 03
MQX- 025-M12 25 20.9 03 2.2 7.8 40.2 453 0.3
MQX-> 026-M12 26 21.9 03 2 8.6 422 47.3 0.3
MQX- > 028-M12 28 23.9 03 1.8 9.5 46.2 51.3 03
MQX- > 030-M16 30 25.9 03 1.6 10.7 50.2 55.3 0.3
MQX-* 032-M16 32 27.9 03 1.5 11.5 54.2 59.3 03
MQX-* 035-M16 35 30.9 0.3 1.4 12.3 60.2 65.3 03
MQX- 040-M16 40 35.9 03 1.1 15.6 70.2 75.3 0.3
MQX- > 042-M16 42 37.9 03 1.1 15.6 74.2 79.3 03
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\ QM MAX MQX/QXP Type \ "
<
&
B Recommended cutting conditions 2
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
16/17 20 20/21
Material | Grade 2N 3N AN

? dp de n Vit (] dp de n Vi ? dp de n \'%i
(mm) | (mm) | (mm) |(min){{mm/min)] (mm) | (mm) | (mm) [(min?)|(mm/min)| (mm) | (mm) | (mm) [(min)| (mm/min)

Jc7560 | ~70] 0.6 | ~10 |3,600/4,900] ~70| 0.6 | ~14 |2,850]5,800[ ~70| 0.6 | ~14 |2,850/7,700
C(gg%g,“sggg)e' (Jc8050) | 120| 0.5 | ~10 |3,6004,500] 120] 0.5 | ~14 [2,850/5300] 120/ 0.5 | ~14 |2,850/7,000
below250HB | (JC8118) | 160| 0.35| ~10 |3,000/4,200] 190| 0.35| ~14 |2,400/4,900] 190| 0.35 | ~14 | 2,400/ 6,500

Tool & die steel | JC7560 | ~70] 0.6 | ~10 [3,600[4900 ~70/ 0.6 | ~14 2,850/5800] ~70| 0.6 | ~14 |2,8507,700
(SKoer, STT) | (JCB050) | 120| 0.5 | ~10 |3,600/4,500] 120 0.5 | ~14 |2,850/5300] 120/ 0.5 | ~14 |2,8507,000

(JC8118) | 160| 0.35| ~10 |3,000/4,200{ 190| 0.35| ~14 |2,400| 4,900 190| 0.35 | ~14 | 2,400/6,500
Jc8118 | ~70] 0.6 | ~10 3,600/4,900] ~70| 0.6 | ~14 |2,850(5:800] ~70| 0.6 | ~14 |2,850 7,700

ey | (JC7560) | 120] 0.5 | ~10 |3,600/4,500] 120] 0.5 | ~14 |2,850 5,300 120/ 0.5 | ~14 |2,850 7,000
S036HRC 1 (JC8050) | 160| 0.35| ~10 |3,000(4,200{ 190| 0.35| ~14 |2,400(4,900| 190 0.35 | ~14 | 2,400 6,500

~70| 0.5 | ~10 [1,900/2,600] ~70| 0.5 | ~14 [1,500/3,050| ~70] 0.5 | ~14 |1,500]4,050

120] 0.3 | ~10 [1,900|2,400] 120| 0.3 | ~14 [1,500| 2,800 120] 0.3 | ~14 |1,500|3,700
160| 0.2 | ~10 [1,600/2,200] 190] 0.2 | ~14 [1,250] 2,600 190| 0.2 | ~14 |1,250|3,400

~—

Mold steel Jcs118

" Shne ™" | (JCa050)

i ~701 0.4 | ~10 |1,400|1,400f ~70| 0.4 | ~14 |1,100|1,650] ~70|0.4 | ~14|1,100/2,200
Hardetneij die JC8118
stee
(sKDs1.0AC, OHA) | (JC050) | 120 03 | ~10]1,400/1,400] 120| 0.3 | ~14 1,100/1,650 120/ 0.3 | ~14 /1,100 2,200
42-52HRC 160, — | — | —| —=]190 —| — | =] =119 —|—| =] =
Hard%neijdie 1C8118 ~70| 0.15| ~10 | 600/ 180/ ~70| 0.15| ~14 | 500, 230f ~70|0.15| ~14 | 500, 300
stee N N N
(SKD11, SLD,DCT1) [EPMWType 120| 0.1 10 | 600( 180 120| 0.1 14 | 500/ 230| 120/ 0.1 14 | 500/ 300
55-62HRC 160 —| — | = | =] 190 = | =] =]—=]19 -] -—|—-]-
Gery&tNoduIar Lcatig | 70 08 | ~10 3,000[5000 ~70| 0.8 | ~14|2,4006,000| ~70/ 0.8 | ~14 240018000
cast iron N N N
(FG, FCD) (JC7560) 120| 0.6 10 [3,000(4,500( 120| 0.6 14 12,400|5,400| 120| 0.6 14 |2,400(7,200
below 300HB 160| 0.5 | ~10 |2,200|3,750f 190| 0.5 | ~14 |1,750|4,500/ 190| 0.5 | ~14 |1,750/6,000

tainless steel | Jcaosg |70 &6 | ~10]3100]4200] ~70 0.6 [ ~14 [25005,100] ~70[ 0.6 [ ~14]2,500]6800
(SUS306) | (1¢7560) |_120] 05 | ~10 3,000/4,000] 120/ 0.5 | ~14 |2400/4900] 120[ 0.5 | ~14 |2,400[6500
below 250HB 160| 0.35| ~10 |3,000]4,000] 190| 0.35| ~14 |2,400(4,900| 190| 0.35 | ~14 |2,400] 6,500
o DS150 | ~70] 0.5 | ~10 |1,200] 960 ~70[ 0.5 | ~14 | 950]1,140] ~70] 0.5 | ~14| 950/1,500
Titaniumalloy | (ps118) | 120] 0.3 | ~10 1,200 960 120] 0.3 | ~14| 9501140 120/ 0.3 | ~14 | 950/1,500
(JC8050) | 160| 0.2 | ~10 [1,200] 960 190| 0.2 | ~14 | 950|1,140| 190/ 0.2 | ~14 | 950/1,500
eat resistant_| JC8118 | ~70] 05 [~10] 630 380] ~70[ 0.5 [ ~14 | 500] 450 ~70]0.5 | ~14] 500 600
allo (0s118) | 120/ 0.3 | ~10 | 630] 380] 120 0.3 | ~14| 500/ 450 120/ 0.3 | ~14| 500 600
(INCO718) | (DS150) | 160| 0.2 | ~10 | 630 380| 190| 0.2 | ~14 | 500| 450| 190/ 0.2 | ~14| 500 600

Note

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

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

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

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.
6. When using Endmill type, reduce cutting conditions above by 10-20%.
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P Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
25/26 25/26/28
Material | Grade 4N SN
? dp de n \'i ? dp de n '
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
JC7560 | ~90 | 0.8 ~19 | 2300 | 6200 | ~90 | 0.8 ~19 | 2,300 | 7,700
ng‘gg,“sggg)e' (Jc8050) | 140 | 0.6 ~19 | 2300 | 5600 | 140 | 0.6 ~19 | 2300 | 7,000
below 250HB | (JC8118) | 210 | 0.4 ~19 | 1,900 | 5200 210 | 0.4 ~19 1,900 | 6,500
Tool & die steel | JC7560 | ~90 | 0.8 ~19 | 2300 | 6200 | ~90 | 0.8 ~19 | 2300 | 7,700
(5061, SOT) (Jc8050) | 140 | 0.6 ~19 | 2300 | 5600 | 140 | 0.6 ~19 | 2,300 | 7,000
elow
(JC8118) [ 210 | 0.4 ~19 | 1,900 | 5200 210 | 0.4 ~19 1,900 | 6,500
Voldsieel | JC8118 [ ~90 [ 08 ~19 | 2300 | 6200 | ~90 | 0.8 ~19 | 2,300 | 7,700
(HPM7.PY5 P20) | (JC7560)| 140 | 0.6 | ~19 | 2300 | 5600 | 140 | 0.6 | ~19 | 2,300 | 7,000
30-36HRC 1(JC8050) [ 210 | 0.4 ~19 | 1,000 | 5200 | 210 | 04 ~19 | 10900 | 6,500
~90 | 0.6 ~19 | 1200 | 3250 | ~90 | 0.6 ~19 | 1,200 | 4,050
Mold steel Jcs118
(NAKBO,HoM1,P21) | (goc | 140 | 0.4 ~19 | 1200 | 3000 | 140 | 0.4 ~19 | 1200 | 3,700
38-43HRC 210 | 0.3 ~19 | 1000 | 2700 | 210 | 03 ~19 | 1000 | 3400
Hard%neg de | jogrig |90 | 04 ~19 900 | 1,800 | ~90 | 0.4 ~19 900 | 2,250
sSlee
(k065 95, oa) | (JCg050) |40 | 03 ~19 900 | 1,800 | 140 | 03 ~19 900 | 2,250
42-52HRC 2'] 0 — — J— — 2'] 0 — — — —
Hard%neld die | jogiig |00 | 015 | ~19 400 | 240 | ~90 | 015 | ~19 400 | 300
Slee ~ ~
(015 §.0.0011) [EPMWTypel 140 | 0.1 19 400 | 240 | 140 | 0.1 19 400 | 300
55-62HRC 210 | — — _ — 210 — — _ —
Gery & Nodular | |og1qg |90 | 08 ~19 | 1900 | 6400 | ~90 | 0.8 ~19 | 1,900 | 8,000
C‘;‘gtF'gg)" (JC7560) 140 | 0.6 ~19 1,900 | 5,800 140 | 0.6 ~19 1,900 | 7,200
belov 30008 210 | 0.5 ~19 | 1600 | 4800 | 210 | 05 ~19 | 1,600 | 6,000
_ ~90 | 0.8 ~19 | 2000 | 5450 | ~90 | 0.8 ~19 | 2,000 | 6,800
Stainless steel | JC8050
(susson) | (Jo7s60) | 140 | 0.6 ~19 | 2000 | 5200 | 140 | 0.6 ~19 | 2,000 | 6,500
below 2508 210 | 035 | ~19 | 1000 | 4950 | 210 | 035 | ~19 | 1,000 | 6,200
o DS150 ~90 | 0.5 ~19 750 | 1,200 | ~90 | 0.5 ~19 750 | 1,500
Tianiumalloy | (ps118) | 140 | 03 | ~19 | 750 | 1,200 | 140 | 03 | ~19 | 750 | 1500
(JC8050) [ 210 | 0.2 ~19 750 | 1,200 | 210 | 0.2 ~19 750 | 1,500
, Jcs118 | ~90 | 0.5 ~19 400 | 480 | ~90 | 05 ~19 400 | 600
Heat resistant
eatlioy " | (os118) | 140 | 03 ~19 400 | 480 | 140 | 03 ~19 400 | 600
(INCO718) | (DS150) [ 210 | 0.2 ~19 400 | 480 | 210 | 0.2 ~19 400 | 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 rpm and keep feed per tooth.

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

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.
6. When using Endmill type, reduce cutting conditions above by 10-20%.
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Il Recommended cutting conditions =
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
30/32/35 32/35
Material Grade SN 6N
? ap de n ' ? ap de n \'%i
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)
JC7560 | ~100 | 0.8 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1,900 | 7,600
C(asg%gnsgggf' (Jc8050)| 150 | 0.6 | ~25 | 1,800 | 6,000 | 150 | 0.6 ~25 | 1,800 | 7,200
below 250HB | (JC8118) [ 210 | 0.4 ~25 | 1,500 | 5,000 210 | 0.4 ~25 | 1,500 | 6,000
Tool & die steel | JC7560 | ~100 | 0.8 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1900 | 7,600
(5061, SK011) (Jcsos0) | 150 | 0.6 ~25 | 1,800 | 6,000 150 | 0.6 ~25 | 1,800 | 7,200
elow
(JC8118) 210 | 0.4 ~25 1,500 | 5,000 210 | 0.4 ~25 1,500 | 6,000
Vold steel | JC8118 | =100 | 08 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1900 | 7,600
(HPM7.PY5 P20) | (JC7560)| 150 | 0.6 | ~25 | 1,800 | 6,000 | 150 | 0.6 | ~25 | 1,800 | 7,200
S0-36HRC —1(JC8050) [ 210 | 0.4 ~25 | 1,500 | 5,000 210 | 0.4 ~25 | 1500 | 6,000
~100 | 0.6 ~25 950 | 3,200 | ~100 | 0.6 ~25 950 | 3,800
Mold steel Jcs118
(NAKBO,HeM1,P21) | goe | 150 | 0.4 ~25 950 | 3,200 150 | 0.4 ~25 950 | 3,800
SEASHRC 210 | 03 ~25 800 | 2650 | 210 | 03 ~25 800 | 3200
Hard%neF die | jogrig | 100 | 04 ~25 700 | 1,750 | ~100 | 0.4 ~25 700 | 2,100
sSlee
(sk063.55, 04 | (Jogos0) | 150 | 03 ~25 700 | 1,750 150 | 0.3 ~25 700 | 2,100
42-52HRC 2'] 0 — — — — 2'] 0 — — — —
Hard%ne? die | jogiig |10 | 015 | ~25 300 | 250 | ~100 | 015 | ~25 300 | 300
Slee
015 $.0,0011) [EPMWTypel 120 |01 ~25 300 | 250 150 | 0.1 ~25 300 | 300
55-62HRC 210 — — — — 210 — — — —
Gery & Nodular | Jogrqg | 190 | 1 ~25 | 1,500 | 6250 | ~100 | 1 ~25 | 1,500 | 7,500
C(Egtp'ég)n (JC7560) 150 | 0.8 ~25 1,500 | 5,750 150 | 0.8 ~25 1,500 | 6,900
below 300HB 210 | 0.6 ~25 | 1250 | 4850 210 | 0.6 ~25 | 1250 | 5800
_ ~100 | 08 ~25 | 1700 | 5700 | ~100 | 0.8 ~25 | 1700 | 6,800
Stainless steel | JC8050
(susaon) | (o7560) | 150 | 0.6 ~25 | 1,600 | 5350 150 | 0.6 ~25 | 1,600 | 6,400
below 250HB 210 | 035 | ~25 | 1,500 | 5000 210 | 035 | ~25 | 1500 | 6,000
o DS150 | ~100 | 0.5 ~25 600 | 1,250 | ~100 | 05 ~25 600 | 1,500
Tianiumalloy | (ps118) | 150 | 03 | ~25 | 600 | 1,050 | 150 | 03 | ~25 | 600 | 1,500
(JC8050) [ 210 | 02 ~25 600 | 1,250 210 | 0.2 ~25 600 | 1,500
. Jcs118 | ~100 | 0.5 ~25 300 | 500 | ~100 | 0.5 ~25 300 | 580
Heat resistant
allo (DS118) | 150 | 0.3 ~25 300 | 500 150 | 0.3 ~25 300 | 580
(INCO71®) | (DS150) | 210 | 02 | ~25 300 | 500 | 210 | 02 ~25 300 | 580

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. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.
6. When using Endmill type, reduce cutting conditions above by 10-20%.
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= Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
40/42 40
Material | Grade 6N /N
? ap de n \'%i I} ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (minT) | (mm/min)
JC7560 | ~100 | 0.8 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1,500 | 7,500
ng%ggg},g;ﬂ' (Jc8050)| 150 | 0.6 ~32 | 1400 | 5900 | 150 | 0.6 ~32 | 1400 | 7,000
below 250HB | (JC8118) | 210 | 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1,200 | 6,000
Tool & die steel | JC7560 | ~100 | 0.8 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1500 | 7,500
(5061, SO1) (Jc8os0) | 150 | 0.6 ~32 | 1400 | 5900 150 | 0.6 ~32 | 1400 | 7,000
elow
(JC8118) [ 210 | 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1,200 | 6,000
Voldsieel | JC8118 [ =100 | 08 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1,500 | 7,500
(HPM7.PY5 P20) | (JC7560)| 150 | 0.6 | ~32 | 1400 | 5900 | 150 | 0.6 | ~32 | 1,400 | 7,000
30-36HRC 1(JC8050) [ 210 | 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1200 | 6,000
~100 | 0.6 ~32 750 | 3,000 | ~100 | 0.6 ~32 750 | 3,500
Mold steel Jcs118
(NAKBO,HoM1,P21) | (goe | 150 | 0.4 ~32 750 | 3,000 150 | 0.4 ~32 750 | 3,500
38-43HRC 210 | 03 ~32 620 | 2500 | 210 | 03 ~32 620 | 2,900
Hardetneij die | jogrig |10 | 04 ~32 550 | 1,650 | ~100 | 0.4 ~32 550 | 1,900
Slee
(sk061.55, 0h) | (J0g050) | 150 | 03 ~32 550 | 1,650 150 | 0.3 ~32 550 | 1,900
42-52HRC 2'] 0 — — — — 2‘] 0 — — — —
Hard%ne? die | jogiig |10 | 015 | ~32 250 | 240 | ~100 | 015 | ~32 250 | 280
Slee ~
(015 §0.0011) [EPMWTypel 120 |01 5P 250 | 240 150 | 0.1 32 250 | 280
55-62HRC 210 — — — — 210 — — — —
Gery & Nodular | ogrqg | 190 | 1 ~32 | 1200 | 6150 | ~100 | 1 ~32 | 1200 | 7,200
C(EgtF'ég)n (JC7560) 150 | 0.8 ~32 1,200 | 5,650 150 | 0.8 ~32 1,200 | 6,600
below 300HB 210 | 0.6 ~32 | 1000 | 4700 210 | 0.6 ~32 | 1,000 | 5500
_ ~100 | 08 ~32 | 1350 | 5850 | ~100 | 0.8 ~32 | 1350 | 6,800
Stainless steel | JC8050
(s | (o7560) | 150 | 0.6 ~32 | 1300 | 5550 150 | 0.6 ~32 | 1,300 | 6,500
below 2508 210 | 035 | ~32 | 1200 | 57150 210 | 035 | ~32 | 1,200 | 6,000
o DS150 | ~100 | 0.5 ~32 480 | 1150 | ~100 | 0.5 ~32 480 | 1,350
Tianiumalloy | (ps118) | 150 | 03 | ~32 | 480 | 1150 | 150 | 03 | ~32 | 480 | 1350
(JC8050) [ 210 | 0.2 ~32 480 | 1,150 210 | 0.2 ~32 480 | 1,350
. Jes11s | ~100 | 05 e 250 | 450 | ~100 | 0.5 ~32 250 520
Heat resistant
allo (0s118) | 150 | 03 ~32 250 | 450 150 | 0.3 ~32 250 | 520
(INCO71®) | (DS150) [ 210 | 0.2 ~32 250 | 450 | 210 | 02 ~32 250 | 520
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. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.
6. When using Endmill type, reduce cutting conditions above by 10-20%.
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Il Recommended cutting conditions =
@ QXP Type (EPMT/W insert) (1)
5 _ Tool dia.(mm)
| 25 40
Material |Grade | & = 6N N
) ap e n Vi ap e n Vi
(mm) (mm) (mm) (min) | (mm/min) (mm) (mm) (min) | (mm/min)
~150] 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
Carbon steel | 97560 | 200 0.6 ~32 | 1,700 | 5300 | 0.6 ~32 | 1100 | 6,200
(s50C,855¢) | (JC8050)| 250 | 0.5 ~32 1,000 | 4,800 | 0.5 ~32 1,000 | 5,600
below250HB | (JC8118)| 300 — — — - — — — _
350 — — — — — - — -
. ~150] 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
. JC756 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
T?sﬁﬁn%ﬁ's?&t %EI (JC8050)| 250 0.5 ~32 1,000 | 4,800 0.5 ~32 1,000 5,600
below 255HB (Jcs118)[ 300 — — — — _ — _ _
350 = — — — = — = =
~150] 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
(HPM7,Px5,P20) | (UC7560)| 250 0.5 ~32 1,000 4,800 0.5 ~32 1,000 5,600
30-36 HRC (JC8050) [ 300 — — _ _ — —_ _ _
350 — — — — — - — —
~150] 0.6 ~32 680 2,850 0.6 ~32 680 3,300
(NAK8O, HPM1, P21) | (jcgos50) | 250 0.3 ~32 600 2,500 0.3 ~32 600 2,900
38-43HRC 300 — — — _ _ — _ _
350 = = — = = - = =
~150] 0.4 ~32 520 1,550 0.4 ~32 520 1,800
Hardenefi die | yogq1s | 200] 0.2 ~32 520 | 1,550 0.2 ~32 520 | 1,800
Stee 250 — _ — — — — — —
(SKD61, DAC, DHA) | (JC8050) =
42'52HRC 300 — — - = - — =
350 — — — — — — — —
~150] 0.15 ~32 240 230 0.15 ~32 240 270
stee 250 — = = — — — — —
(SKD11, SLD, DC11) [EPMWType 300 — — — — — — — —
55-62HRC
350 = = — = = - = =
~150] 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
Gery & Nodular | 0118 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
C(ggtFICrg)n (Jc7560) | 250] 0.5 ~32 900 | 5400 | 0.5 ~32 900 | 6,300
below 300HB 3001 — - - - = - = =
350 — — — — — — — —
~150] 0.6 ~32 1,200 5,400 0.6 ~32 1,200 6,300
: 200 0.4 ~32 1,100 4,950 0.4 ~32 1,100 5,800
0 . ) :
Staipless steel | s | 250] 03 | ~32 | 1000 | 4450 | 03 | ~32 | 1000 | 5000
below 250HB 300 — — — = = — = —
350 = — = — = - = —
~150] 0.6 ~32 480 1,150 0.6 ~32 480 1,350
DS150 200 0.4 ~32 440 1,050 0.4 ~32 440 1,230
Titaniumalloy | (DS118) | 250| 0.3 ~32 440 | 1,050 0.3 ~32 440 | 1,230
(Ti-6Al-4V) (JC8050) 300 _ — _ _ _ — _ _
350 — — — — — - — —
~150] 0.6 ~32 240 430 0.6 ~32 240 500
Heat resistant | JC8118 200| 0.4 ~32 200 360 0.4 ~32 200 420
(m%'l% o (ps118) [ 250 0.3 ~32 200 360 | 0.3 ~32 200 420
(DS150) | 300 = — = = — — — —
350 = — = = = - = =




Tooling by DIJET

a
8
=
w ‘ QM MAX MQX/QXP Type \
<
&5
2 Il Recommended cutting conditions
@ QXP Type (EPMT/W insert) (1)
S _ Tool dia.(mm)
2% 50 50/52
Material |Grade |8 < 7N 8N
) ap ae n Vi ap Vs
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (min?) (mm/min)
~150| 1 ~40 1,000 6,300 1 ~40 1,000 7,200
Carbon steel | J€7560 | 200 0.8 ~40 | 1,000 | 5950 | 08 ~40 | 1,000 | 6,800
(s50C,555¢) | (JC8050) [ 250| 0.6 ~40 900 | 5350 | 0.6 ~40 900 | 6,100
below250HB | (JC8118) [ 300| 0.5 ~40 800 4,750 0.5 ~40 800 5,450
350 04 ~4( 800 4,750 0.4 ~40 800 5,450
167560 ~150| 1 ~40 1,000 6,300 1 ~18 1,000 7,200
; 200 0.8 ~40 1,000 5,950 0.8 & 1,000 6,800
Tools diesteel | (ucs0s0) [ 250| 06 ~40 900 | 5350 | 0.6 ~40 900 | 6100
below255HB | (JC8118) [ 300| 0.5 ~40 800 4,750 0.5 ~40 800 5,450
350 0.4 ~40 800 4,750 04 ~40 800 5,450
~150] 1 ~40 1,000 6,300 1 ~40 1,000 7,200
Mold steel JC8118 200| 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
(HPM7, PX5,P20) | (JC7560) 250 0.6 ~40 900 5,350 0.6 ~40 900 6,100
30-36 HRC (JC8050) | 300| 0.5 ~4( 800 | 4,750 0.5 ~40 800 | 5450
350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
~150| 0.8 ~40 540 2,600 0.8 ~40 540 3,000
(NAKBO, HPM1,P21) | (jcg0s50) | 250 0.4 ~40 510 2,500 0.4 ~40 510 2,850
38-43HRC 300 0.3 ~40 480 2,350 0.3 ~40 480 2,700
350 0.3 ~40 480 2,000 0.3 ~40 480 2,300
~150| 0.6 ~40 400 1,400 0.6 ~40 400 1,600
Hardened die | jogq1g | 200] 0.4 ~40 400 | 1,400 | 0.4 ~40 400 | 1,600
k06 ot owny | (ogos0) | 250] 0.2 ~40 400 | 1,400 | 02 ~40 400 | 1,600
4252HRC 300 - — - - — — —
350 — — — — — - — —
~150| 0.15 ~40 190 210 0.15 ~40 190 240
(SKDT1, SLD Dc11) [EPMWType %gg O'l Nio 1_70 PO Ol iO 1_70 2_20
55:62HRC
350 — — — — — = — —
~150] 1 ~40 900 7,500 1 ~40 900 8,600
Gery & Nodular | jng11g 200| 0.8 ~40 900 6,300 0.8 ~40 200 7,200
ngtFlégn (Jc7560) |250] 0.6 ~40 850 | 5950 | 0.6 ~40 850 | 6,800
bJFC, FCD) 300| 0.5 ~40 800 | 5600 | 05 ~40 800 | 6,400
350 0.4 ~40 800 5,600 0.4 ~40 800 6.400
~150| 0.8 ~40 950 5,600 0.8 ~28 950 6,400
. 200 0.6 ~40 950 5,000 0.6 & 950 5,700
Stainless Sl | Joogeny | 250] 0.4 | ~40 | 900 | 4700 | 04 | ~40 | oo | 5400
below 250HB 300] 0.3 ~40 900 4,700 0.3 ~40 900 5,400
350 0.3 ~40 850 4,450 0.3 ~40 850 5100
~150] 0.8 ~40 380 1,050 0.8 ~40 380 1,220
DS150 200 0.6 ~40 380 1,050 0.6 ~40 380 1,220
Titaniumalloy | (DS118) | 250| 0.4 ~4( 350 980 0.4 ~40 350 | 1,120
(TH6AYV) * | (jc8050) | 300] 0.3 ~40 350 980 | 0.3 ~40 350 | 1.120
350 0.3 ~40 320 890 0.3 ~40 320 1,020
~150| 0.8 ~40 190 390 0.8 ~40 190 450
Heat rfsistant Jcs118 200| 0.6 ~40 190 390 0.6 ~40 190 450
(IN%(I% . (0s118) | 250| 0.4 ~40 160 330 | 04 ~40 160 380
(DS150) 300 0.3 ~40 160 330 0.3 ~40 160 380
350] 0.3 ~40 130 270 0.3 ~40 130 310
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Il Recommended cutting conditions =
@ QXP Type (EPMT/W insert) (1]
= Tool dia.(mm)
. 2% 63/66
Material Grade | 5 < 8N
=y dp de n \Y/i
(mm) (mm) (mm) (min") | (mm/min)
67560 ~§08 1 ~50 800 5,750
Carbon steel 50 0.8 ~50 800 | 5450
(S50C, $55C) (JC8050)|  300| 0.6 ~50 720 4,900
below 250HB (Jcs118)| 350] 05 ~50 640 4350
400 0.4 ~50 640 4,350
167560 ~200 1 ~50 800 5,750
. 250 0.8 ~50 800 5,450
Tool & die steel
Csoe skt | (4C8050) 300 0.6 ~50 | 720 | 4900
below 255HB (Jcs118)| 350| 0.5 ~50 640 4.350
400 0.4 ~50 640 4,350
~200 1 ~50 800 5,750
Mold steel JC8118 250 0.8 ~50 800 5,450
(HPM7,PX5,P20) | (JC7560)|  300| 0.6 ~50 720 4,900
30-36 HRC (JC8050) 350 0.5 ~50 640 4,350
400 0.4 ~50 640 4,350
~200| 0.8 ~50 430 2,400
Mold steel Jeg11g [—2901 0.6 ~30 430 2,400
(NAK8O, HPM1,P21) | ( jcg050) 300 0.4 ~50 410 2,300
38-43HRC 350 0.3 ~50 370 2,100
400| 0.3 ~50 370 1.800
_ ~200| 0.6 ~50 320 1,300
Hardst%régfj die JC8118 250 0.4 ~50 320 1,300
(SKD61, DAC, DHA) | (JC8050) 3001 0.2 ~30 320 1,300
42'52HRC 350 - — — -
400 — — — —
~200| 0.15 ~50 150 190
(SKD11, SLD,DC11) |[EPMWType ggg Oi ”EO 130 1_70
55:62HRC
400 — — — —
~200] 1 ~50 720 | 6,900
Gery & Nodular | j~g178 |-250] 0.8 ~50 720 5,750
bl booho 350] 0.5 ~50 640 | 57100
400 0.4 ~50 640 5.100
~200| 0.8 ~50 750 5,050
. 250 0.6 ~50 750 4,500
Stainless steel | JC8050 '
(SUS304) (Jc7560) 3001 0.4 ~50 710 4,250
below 250HB 350 0.3 ~50 710 4,250
400 0.3 ~50 670 4,000
~200] 0.8 ~50 300 960
o DS150 | 250| 0.6 ~50 300 960
Tlta(aTnléJﬂueyOy (DS118) 300f 0.4 ~50 280 900
FoAr (JC8050) 350 0.3 ~50 280 900
400 0.3 ~50 250 800
~200] 0.8 ~50 150 350
Heat resistant | JC8118 250 0.6 ~50 150 350
(.Nac'!)O o (0s118) | 300| 0.4 ~50 130 310
(DS150) 350 0.3 ~50 130 310
400 0.3 ~50 100 240
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. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions by 10-30%.
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@ MQX Type (EPHW insert) + MSN shank 2}
Tool dia.(mm)
. 16 /17 20 20/ 21
Material [Grade 2N 3N AN
r ap ae n Vit r ap ae n V§ r ap ae n f
(mm) | (mm) (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min™) |(mm/min)| (mm) (mm) (mm) | (min™) |(mm/min)

~7010.30 | ~10 |1,790|2,860 | ~80 | 0.30 | ~14 |1,430|3,430| ~80 | 0.30 | ~14 | 1,430 4,570
Hardened die

steel JC8118( 100 | 0.25 | ~10 |1,610{2,060 | 120 | 0.25 | ~14 1,290 /2,480 | 120 | 0.25 | ~14 |1,290 3,300
(SKD61, DAC, DHA)

42°52HRC 130 | 0.20 | ~10 [1,430(1,370| 160 | 0.20 | ~14 1,140 (1,640 | 160 | 0.20 | ~14 |1,140 (2,190
Hafdseggﬁd'e ~70 1 0.20 | ~10 [1,590| 950 | ~80 | 0.20 | ~14 |1,270|1,140 | ~80 | 0.20 | ~14 |1,270 (1,520
(sko1 i, ocn)| PH102| 100 | 0.15 | ~10 [1430) 770| 120 | 0.15 | ~14 | 1,140 920| 120 | 0.15 | ~14 |1,140|1,230
SEEAEE 130 | 0.10 | ~10 [1,270| 610| 160 | 0.10 | ~14 |1,020| 730| 160 | 0.10 | ~14 |1,020| 980
Tool dia.(mm)
_ 25/ 26 25/26/28
Material |Grade AN 5N

r ap ae n Vit r ap ae n V§

(mm) (mm) (mm) | (min") |(mm/min)| (mm) (mm) (mm) | (min™) |(mm/min)

Hardened die ~100| 0.30 | ~18 |1,150 (3,680 | ~100| 0.30 | ~18 |1,150 (4,600

steel ~ ~
(SKD61, DAC, DHA) JC8118( 150| 0.25| ~18 |1,040(2,660 | 150 0.25 | ~18 1,040 3,330

42-52HRC 200/ 0.20 | ~18 | 920 (1,770| 200| 0.20 | ~18 | 920|2,210
HardeneF die ~100| 0.20 | ~18 /1,020 1,220 | ~100| 0.20 | ~18 |1,020 1,530
stee

(skp11,sLD,Dc11)| DH102 | 150| 0.15| ~18 | 920 | 990| 150| 0.15| ~18 | 920 |1,240
SS62HRC 200/ 0.10| ~18 | 820| 790| 200/ 0.10 | ~18 | 820 980

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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@ MQX Type (EPHW insert) + MSN shank 12}
Tool dia.(mm)
. 30/32/35 32/35
Material |Grade EN 6N
r ap ae n \'Ai r ap ae n V§
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min-) (mm/min)
. ~130 0.30 ~24 900 3,600 ~130 0.30 ~24 900 4,320
Hardsq(ggld die
(sKko61 oaC, o) [“CB118[ 190 | 025 | ~24 | 810 | 2590 | 190 | 025 | ~24 | 810 | 310
A202HRC 250 | 020 | ~24 | 720 | 1730 | 250 | 020 | ~24 | 720 | 2070
Wikl i ~130 0.20 ~24 800 1,200 ~130 0.20 ~24 800 1,440

(sxn11s,t§i%',ocn) DH102| 190 | 015 | ~24 | 720 970 190 | 015 | ~24 | 720 | 1,160

55-62HRC
250 0.10 ~24 640 770 250 0.10 ~24 640 920

Tool dia.(mm)
, 40/ 42 40
Material |Grade 6N N
r ap ae n Vit r ap ae n Vi
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

~130 0.30 ~32 720 3,460 ~130 0.30 ~32 720 4,030
Hardened die

steel JC8118| 190 0.25 ~32 650 2,500 190 0.25 ~32 650 2910
(SKD61, DAC, DHA)

A2-52HRG 250 | 020 | ~32 | 580 | 1,670 | 250 | 020 | ~32 | 580 | 1,950
Hardened die ~130 | 020 | ~32 | 640 | 1150 | ~130 | 020 | ~32 | 640 | 1340
sors Doy OH102| 190 | 015 | ~32 | 580 940 | 190 | 015 | ~32 | 580 | 1,700
55-62HRC
250 | 010 | ~32 | 510 740 | 250 | 010 | ~32 | 510 860
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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@ QXP Type (EPHW insert) 02}
Tool dia.(mm)
_ 40
Material |Grade 6N 7N
r ap ae n V§ r ap ae n f
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min) (mm/min)
fened di ~100 | 030 | ~32 | 720 | 3460 | ~100 | 030 | ~32 | 720 | 4,030
Hardened die Lcatigl 150 | 0.25 | ~32 | 650 | 2500 150 | 025 | ~32 | 650 | 2910
(SKDST, DAC, DHA) 200 | 020 | ~32 | 580 | 1,670 200 | 020 | ~32 | 580 | 1,950
250 | 010 | ~32 | 580 | 1,670 250 | 0.10 | ~32 | 580 | 1,950
Hordened di ~100 | 020 | ~32 | 640 | 1,950 | ~100 | 020 | ~32 | 640 | 1,340
Anel ' ohroal 150 | 015 [ ~32 | 580 940 150 | 0.15 | ~32 | 580 | 1,100
(SKD11. SLD, DCT1) 200 | 0.10 | ~32 510 740 200 | 0.10 | ~32 510 860
250 - - - - 250 - - - -
Tool dia.(mm)
‘ 50 50/ 52
Material |Grade IN aN
r ap ae n Vf r ap ae n Vf
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~150 | 0.30 | ~40 570 | 3790 | ~100 | 0.30 | ~40 | 570 | 3,650
Hardeneldie | oigl 200 | 025 | ~40 | 510 | 2280 | 150 | 025 | ~40 | 510 | 2610
(SKDG, DAG, DHA) 250 | 0.20 | ~40 | 460 | 1,550 200 | 0.20 | ~40 | 460 | 1,770
300 | 0.0 | ~40 | 460 | 1,550 250 | 0.10 | ~40 | 460 | 1,770
~150 | 020 | ~40 | 510 | 1,070 | ~100 | 020 | ~40 | 510 | 1,220
“ETERIRIE 200 | 015 | ~40 | 460 | 870 | 150 | 0.15 | ~40 | 460 | 990
(SKD11.SLDOCTYI DH102 | 250 | 0.10 | ~40 | 410 690 200 | 0.10 | ~40 | 410 790
300 - - - - 250 - - - -
300
Tool dia.(mm)
_ 63/ 66
Material |Grade aN
r ap ae n \'Ai
(mm) (mm) (mm) (min) (mm/min)
~200 | 030 | ~50 | 450 | 2,880
Hardeneidie | girgl 250 | 025 | ~50 | 410 | 2,100
SKD61, DAC, DHA ~
(SKDG, DAG, DHA) 300 | 0.20 50 | 360 | 1,380
350 | 010 | ~50 | 360 | 1,380
~200 | 020 | ~50 | 400 960
SHIEIE oI 250 | 0.15 | ~50 | 360 | 780
skort, siooctn)| 04300 | 010 | ~50 | 320 610
55-62HRC :
350 - - - -
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 =
@ MQX Type (ZPMT-PL /NL/ SL insert) o
) Tool dia.(mm)
3| e 16 /17 20 20/ 21
Material S| 8
ateria 2| &5 2N 3N AN
= © e e
O (mrm) (n?r?w) ?%@) (ml;:r‘) (mnY/r;in) (mrm) (n?r?q) ?ﬁqﬁ% (mﬂr‘) (mnY/r;in) (mrm) (n?r?q) é}%ﬁ}) (m?n") (mnY/r;in)
Carbon steel Jesosol ~80 =5.0/=12.8 3180] 950| ~100|=5.0|<16.02,550] 1,150| ~100] <5.0 | <16.0/ 2,550 1,530
(S30C,8550) | PL|Jcs118)) 120 |<3.0| <6.4) 2860 770| 150 =3.0) =8.0/2,300] 930| 150 <3.0| <8.0 2,301,240
©X79)|"160 | <p.0/<32] 2540 610] 190/=<2.0] <40/2040] 730] 190/ <20 <40|2,040] 980
~80 | =5.0/=12.8| 2980| 890| ~100=<5.0/=16.0/2,390| 1,080| ~100| =5.0|=16.0| 2,390/ 1,430
Tool & die steel JC8050

ko6t sko1ny | PL [(Ucstig) 120 |=3.0/<6.4) 2680 720| 150/=3.0| <8.02,150 870 150 <3.0| <8.0 2150 1160
below 255HB 160 |<2.0/ <3.2| 2,380| 570 190/=<2.0/ <4.0| 1910/ 690 190/ <2.0| <4.0| 1910 920
~80 | <50|<12.8 2980 890| ~100|=<5.0|=16.0/2,390/1,080| ~100| <5.0 |<16.0| 2,390 1,430

Mold steel Jc8118 =
(HPM7,PX5,P20) | PL |(jnagsg) 120 | =3.0/ =6.4| 2680 720| 150 =3.0 <8.0/2,150, 870 150/ =3.0|=8.0| 2,150 1,160
30-36 HRC
160 | =2.0/ =3.2/ 2,380/ 570 190/=2.0| =4.0/1910/ 690 190/ =2.0| =4.0 | 1910 920
~80 | =4.0/ =9.6| 2390| 570| ~100/=4.0/=12.0/ 1910/ 690| ~100| =4.0|=12.0/ 1910/ 920
Mold steel Jcs118

(NAK8O, HPM1, P21) | PL  [(¢g0sp)| 120 <25/=48| 2150, 470 150/=2.5/=<6.0/1,720| 570| 150/ =2.5|/<6.0| 1,720 760
3843HRC 160 <2.0/<2.4| 1910] 380 190/=<2.0/=30[1,530 460 190/ =2.0|<30[1530 610

Hardened die ~80]=3.5/=<8.0/ 19%] 480[ ~100] <35/ <100]1,590] 570| ~100] <3.5<10.0 1590|760
06588 o | 7L Gion| 120/ <25/ <40 179 390| 150/ <2.5<501430 460 150 <2.5 501430 620
12'52HRC 160 <1.2 <2.0[ 15%]| 300] 190 =1.2| <25/1,270 360 190 <1.2 | <2.5/1,270 480
Serds ~80]<2.5/<6.4 13%] 280[ ~100]<2.5] <80] 1,110] 330| ~100/ <2.5[<8.0] 1,10] 440
o188 peryy | P |PH102| 120] <15/<32) 1250] 230| 150/ <1.5|<40/1,000] 270| 150| <1.5|<40|1,000] 360
55-62HRC 160, - | - i s i i ) I i
Gery &Nodular | | g1l <80 S50/=16.0 2980] 1190] 100/ <5.0/20 2390/ 1,430] ~100] <50 <200 2.390] 1910
Castiron | pL [igiiog)| 120| <40/ 8.0 2660 960| 150|<4.0 <100, 2150/ 1160| 150| <40 <100| 21501550
belovi 300HB 160 3.0 <4.0[ 2380| 760 190 <3.0| <50 1910 920 190 <30 <50 1910|1220

Saioss steel | pL. |JcB050] =80 | =5.0/<12.8 2980] _890] ~100/ <5.0]<16./2,390] 1,080] ~100] <5.0[<16.0]2390[1430
Soson | sty [Ucs118)] 120 <3.0|<6.4| 2680] 720 150/<3.0| <8.0|2,150] 870| 150/ <30|<80| 2150|160
below 250H8 V7518160 | <2.0/<32| 2380 570| 190]=<2.0| <40 1910 690 190/ <20|=40|1970 920

- ~80 <50/ <96 1190 360| ~100|=50|=12.0] 950 430| ~100| <50|<12.0] 950| 570

Titaniumalloy | g Qs8] 120 <30/ =48 1070, 290| 15030/ <60| 860 350| 150/ <30 60| 860 460

160 <20/=<24] 950  230| 190/=2.0/=<30| 760/ 270| 19| =<20|=<30| 760| 360

~80|=50/=96| 600 180| ~100/=50|=12.0] 480 220| ~100] <50|=12.0] 480] 290

120 <3.0/=<a8| 540 140| 150/<30|<60| 430] 170| 150/ <30|<60| 430| 230

160 <2.0/=2.4| 480 10| 19/=2.0|=<30| 380 140| 19| =<20|<30| 380 180

~80 | <5.0/=<32.012,000] 4800| ~100]<5.0|<40.0{9,550| 5.730| ~100] <50 | <40.0] 9,550| 7640

Alminium alloy | N | Fc18 | 120 |<4.0/<16.0 9000|3240 150/ <4.0/<20.0] 7160/3,870| 150 <40 <20.0 7160|560

160 | <3.0| <8.0/ 6,000/ 1920 190/ <3.0/<10.0/4,780|2,290| 190| <3.0|<10.0] 47803060

Heat r Isistant st |psiis
allo
(INCO718) (JC7518)

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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(7]
—
3
=
w ‘ QM MAX MQX/QXP Type \
<
&
2 M Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) ©
g Tool dia.(mm)
[55] (5]
. v | o 25/ 26 25/26/28
Material 2 g aN 5N
= € €
© (mrm) (rﬁr[l)w) ?ﬁwﬁ% (m?n") (mrrY/rfnin) (mrm) (rﬁr?'l) ?ﬁwﬁ% (m?n") (mm/rfnin)
Carbon steel Jesosol ~120 | =5.0 | =20.0 | 2,040 | 1,220 | ~120 | <50 | <20.0 | 2,040 | 1530

—

gssoc,sssm PL |(Jc8118) 190 | =<3.0 | =10.0 | 1,840 990 190 | =3.0 | =10.0 | 1,840 | 1,240
elow 250HB (CX75)

235 | =20 | =50 | 1,630 780 235 | =20 | =50 | 1,630 980

e | 18050 ~120 | =50 | =20.0 | 1,910 | 1,150 | ~120 | <50 | =<20.0 | 1,910 | 1,430

T e steel | pL [legip] 190 | =30 | <100 | 1,720 | 930 | 190 | =30 | <100 | 1,720 | 1,160

below 255HB 235 | =20 | =50 | 1,530 730 235 | =20 | =50 | 1,530 920

~120 | =50 | =200 | 1,910 | 1,150 | ~120 | =50 | =<20.0 | 1,910 | 1,430

Mold steel Jcs118
(HPM7, PX5, P20) | PL (Jegoso)| 190 =30 | =10.0 | 1,720 930 190 | =3.0 | =10.0 | 1,720 | 1,160
30-36 HRC
235 | =20 | =50 | 1,530 730 235 | =2.0 | =5.0 | 1,530 920
~120 | =4.0 | =150 1,530 740 | ~120 | =4.0 | =15.0 | 1,530 920
Mold steel Jcs118

(NAK8O, HPM1, P21) | PL  [(jcgosg)l 190 =25 | =75 | 1,380 610 190 | =25 | =75 | 1,380 760
38-43HRC 235 | <15 | <38 | 1220 | 490 | 235 | <15 | <38 | 1220 | 610

Hardened die ~120 | =35 | =125 1,270 610 | ~120 | =35 | =125 | 1,270 760
(SKD61S t[?fé DHA) PL 65311(;2% 190 | =25 | =62 | 1,140 490 190 | =25 | =62 | 1,140 620
42-52HRC 235 | =12 | =32 | 1,020 390 235 | =12 | =32 | 1,020 490
Hardened die ~120 | =25 | =100 | 890 360 | ~120 | <25 | =<10.0 | 890 440
(SKD11§t§L%! DC11) PL |DH102| 190 | =15 | =50 | 800 | 290 190 | =15 | =50 | 800 360
55-62HRC 235 - _ - _ 235 _ _ _ .
Gery & Nodular Jc8118 ~120 =50 | =250 1910 | 1,530 | ~120 =5.0 | =25.0 | 1910 1,910
C(Eg’tF'ég)” PL |(pH102)[ 190 =40 | =125 1,720 | 1,240 190 =40 | =125 1,720 1,550
below 300HB 235 | =30 | =6.2 | 1,530 980 235 | <30 | <6.2 | 1530 | 1,220

, Lcaosol ~120 | =50 | <200 1,910 | 1,150 | ~120 | =50 | =200 1910 | 1430
Staessee | &0 e 190 | <30 [ =100 1720 | 930 | 190 | =30 | =10.0 | 1720 | 1,160
below 250HB V7518l 935 | <p0 | <50 | 1530 | 730 | 235 | =20 | =50 | 1530 | 920
~120 | <50 | <150| 760 | 460 | ~120 | <50 | <150 | 760 | 570
Titaniumalloy | g |Ds118| 190 | <30 | <75 | 680 | 370 | 190 | <30 | <7.5 | 680 | 460
(Jc7518)

235 | <20 | <38 | 610 | 290 | 235 | <20 | <38 | 610 | 370

~120 | <50 | =150| 380 | 230 | ~120 | <50 | =150 380 | 280
190 | <30 | <7.5| 340 | 180 | 190 | <30 | <75 | 340 | 230
(INCo718) VCTS8 535 | <20 | <38 | 300 | 140 | 235 | =20 | <38 | 300 | 180
~120 | <50 | <500 | 7,640 | 6110 | ~120 | <50 | =50.0 | 7,640 | 7,640
Alminium alloy | i | FC18 | 190 | <4.0 | <250 | 5730 | 4120 | 190 | <40 | <250 5730 | 5160
235 | <30 | <12.5| 3820 | 2440 | 235 | <30 | <125 3820 | 3,060

Heat resistant
allo SL [DS118

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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‘ QM MAX MQX/QXP Type \ =
<
&
B Recommended cutting conditions S
@ MQX Type (ZPMT-PL /NL/ SL insert) ©
g . Tool dia.(mm)
. S| o 30/32/35 32/35
Material =2 £ oN 6N
= e e
O (mrm) (n?rrl’w) ?&ﬁ% (m?m) (mrrY/rfnin) (mrm) (n?r?'l) e}%ﬁ% (mIi':T‘) (mmv/rfnin)
ES5UC. $55C) PL |(Uc8118)| 240 | =3.0 | =12.0 | 1,430 960 240 | =3.0 | =12.0 | 1,430 | 1,160
elow 250HB (CX75)
290 | =2.0 | =6.0 | 1,270 760 290 | =20 | =6.0 | 1,270 910
) ~160 | =50 | =24.0| 1490 | 1,120 | ~160 | =50 | =24.0 | 1,490 | 1,340
Tool & die steel JC8050

below 255HB 290 | <20 | <6.0 | 1,190 | 710 290 | =20 | <6.0 | 1,190 860
~160 | =50 | =24.0| 1,490 | 1,120 | ~160 | =50 | <24.0 | 1,490 | 1,340

Mold steel Jcs118
(HPM7, PX5, P20) | PL (Jegoso)| 240 =3.0 | =12.0 | 1,340 900 240 | =3.0 | =120 1,340 | 1,080
30-36 HRC
290 | =2.0 | =6.0 | 1,190 710 290 | =2.0 | =6.0 | 1,190 860
~160 | =4.0 | =18.0 | 1,200 720 | ~160 | =4.0 | =18.0 | 1,200 860
Mold steel Jcs118

(NAK8O, HPM1, P21)| PL  |(jégosp) 240 =25 | =9.0 | 1,080 600 240 | =25 | =9.0 | 1,080 710
SE-ASHRC 200 | <20 | <45 | 960 | 480 | 290 | <20 | <45 | 960 | 580

Hardened die ~160 | =35 | =15.0 | 1,000 600 ~160 =35 | =15.0 | 1,000 720
06 steel o | L Gioy| 240 | <25 | <75 | 900 | 490 | 240 | <25 | <75 | 900 | 580
42-52HRC 290 | =12 | =38 800 | 380 290 | =2.0 | =38 | 800 460
Hardened die ~160 =25 | =120 700 350 ~160 =25 | =120 700 420
steel PL < < < <
(SKDTT, LD, DCT1) DH102( 240 | =1.5 | =6.0 630 280 240 | =15 | =6.0 630 340
55-62HRC 290 - - - - 290 _ _ _ _
Gery & Nodular 108118 ~160 =5.0 | =30.0 | 1,490 | 1,490 ~160 =50 | =30.0 | 1,490 | 1,790
Castiron | pL [piog)| 240 | =40 | =150 1340 | 1210 | 240 | <40 | <150 | 1,340 | 1450
below 300HB 290 | <30 | <75 | 1190 | 950 | 290 | <30 | <75 | 1190 | 1,140

Stainles el | pL JcB050] 160 | =50 [=240[ 1490 [ 1,120 | ~160 [ =50 [ <240 [ 1490 [ 1340
(SUS304) (SL) (JC8118)f 240 | =3.0 | =12.0 | 1,340 900 240 =30 | =12.0 | 1,340 | 1,080
below 250H8 7518590 | <20 | <60 | 1190 | 710 | 290 | =20 | <6.0 | 1190 | 860

~160 | <50 | <180 | 600 | 450 | ~160 | <50 | <18.0| 600 | 540

Titaniumalloy | g LS8l 240 | =30 | =90 | 50 | 360 | 240 | =30 =00 | 540 | 440

290 | <20 | <45 | 48 | 290 | 290 | <20 | <45 | 480 | 340

_ ~160 | =50 | <180| 300 | 230 | ~160 | <50 | <180| 300 | 270

Heatgﬁg&fﬂa"t SL (DS118( 240 | <30 | <9.0 | 270 | 180 | 240 | <30 | <90 | 270 | 220
(INCO718) VTS990 | <20 | <45 | 240 | 140 | 290 | =20 | =45 | 240 | 170

~160 | <50 | <640 | 5970 | 5970 | ~160 | <50 | <64.0] 5970 | 7,160

Alminiumalloy | N | FC18 | 240 | <4.0 | =32.0 | 4480 | 4030 | 240 | <4.0 | 32.0 | 4480 | 4840

290 | <30 | <160 2990 | 2390 | 290 | <30 | <16.0 | 2090 | 2,870

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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w ‘ QM MAX MQX/QXP Type \
<
><
a
= B Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) ©
3 . Tool dia.(mm)
. S| B 40/ 42 40
Material 5 g oN —
= e €]
O (mrm) (rﬁr’%) a(rEfr(n?) (m[iL‘T) (mmV/r;in) (ml;n) (rﬁr?]) %%Tne) (mli1n'1) (mrr\ll/rfnin)
Carbonsteel | |ucsoso ~160 | =5.0 332.0 1270 | 1,140 | ~160 | =50 | =32.0 | 1,270 | 1,330
, < < <
l()elow250H|% (88)31715%) 240 | =3.0 | =16.0 | 1,140 920 240 | =3.0 | =16.0 | 1,740 | 1,080

290 | <20 | <80 | 1,020 | 730 | 290 | <20 | <80 | 1,020 | 860
' Jesosol =160 <50 | <320 1,190 | 1,070 | ~160 | <50 | <32.0 | 1,190 | 1,250
Tootadiesteel | pL [eng| 240 | =30 | <160 | 1,070 | 870 | 240 | <30 | <16.0 | 1070 | 1,010
below 255HB 290 | =20 | =80 | 950 | 680 290 | =20 | =80 | 950 800
~160 | <50 | <320 1,190 | 1,070 | ~160 | <50 | <32.0 | 1,190 | 1,250

Mold steel Jcs118
(HPM7,PX5,P20) | PL  |fjiencyl 240 | =30 | =16.0 | 1,070 | 870 | 240 | =<3.0 | <16.0 | 1,070 | 1,010

30-36 HRC

290 | <20 | <80 | 950 | 680 | 290 | <20 | <80 | 950 | 800
~160 | <40 | <240 | 950 | 680 | ~160 | <40 | <240 | 950 | 800

Mold steel Jcs118
(NAKEO, HPM1, P21) [ PL - [[jegnep)l 240 =25 | =120 | 860 570 240 | =25 | =120 | 860 660

343HiRC 290 | <20 | <60 | 760 | 460 | 290 | <20 | <60 | 760 | 530
Hardened die eatis ~160 | <35 | =200 800 | 580 | ~160 | <35 | <20.0 800 | 670
0o 8 o | P (OO 200 | <25 [ <100 720 | 470 | 240 | <25 | <100 720 | 540

42'52HRC 290 | =12 | =50 640 370 290 | =1.2 | =50 640 430
Hardened die ~160 | <25 | <160 | 560 | 340 | ~160 | <25 | <16.0 | 560 | 390
(SKDHSSeL%DCH PL |DH102| 240 | =15 | =8.0 500 | 270 240 | <15 | <80 | 500 310

55-62HRC 200 - - - - 290 _ _ _ _
Gery & Nodular L8118 ~160 | =50 | =40.0 | 1,790 | 1,430 | ~160 | =50 | =40.0 | 1,190 | 1,670

f;ggtgggp PL [DH102)| 240 | =4.0 | =20.0 | 1,070 | 1,060 | 240 | =40 | <200 | 1,070 | 1,350
below 300HB 290 | <30 | <100| 950 | 910 | 290 | =<3.0 | <100| 950 | 1,060

| Jcaos0] ~160 | =50 | <320 1,190 | 1070 | ~160 | =50 | =320 1,190 | 1,250
Staesssee | &0 [uceme| 240 | <30 [ <160 1070 | 870 | 240 | =30 | =160 | 1070 | 1010
below 25013 WO7St8) 200 | <20 | <80 | 950 | 680 | 290 | =20 | =80 | 950 | 800
~160 | =50 | <240 480 | 430 | ~160 | <50 | <240 | 480 | 500
Titaniumalloy | s |DS118| 240 | <3.0 | <120 430 | 350 | 240 | <30 | <120 | 430 | 410
(Jc7518)

290 | <20 | <60 380 | 270 | 290 | =20 =60 | 380 | 320

~160 | <50 | <240 240 | 220 | ~160 | <50 | <240 | 240 | 250
240 | <30 | <120 220 | 180 | 240 | =30 | =120| 220 | 210
290 | <20 | <60 | 190 | 140 | 290 | =20 | <60 | 190 | 160
~160 | <50 | =800 | 4780 | 5740 | ~160 | <50 | <800 | 4780 | 6690
Alminium alloy | nu | Fo18 | 240 | <40 | <40.0 | 3580 | 3870 | 240 | =<4.0 | <400 | 3580 | 4510
290 | <30 | <200 2390 | 2290 | 290 | =30 | 2002390 | 2680

Heatarlﬁglstant st |psi1s
(INCO718) (Jc7518)

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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‘ QM MAX MQX/QXP Type \

Il Recommended cutting conditions

@ QXP Type (ZPMT-PL /NL/ SL insert) ©
3 Tool dia.(mm)
@ («F]
Material % § o L N
S om | oo | T | omy | o | om | oo | T | m) | (o
Carbon steel Jegosol ~150 | =50 | 320 1270 | 1,140 | ~150 | <50 | <320 | 1,270 | 1,330
ggfgvgg%icg PL (&17156;) 200 | =3.0 | =16.0 | 1,140 920 200 | =30 | =16.0 | 1,140 | 1,080
250 | <20 | <80 | 1,020 | 730 | 250 | <20 | <80 | 1,020 | 860
o1& diestee Jososgl ~1%0 | =50 | =320 1,190 | 1070 | ~150 | <50 | <32.0| 1,190 | 1,250
e s | PL [lcsig| 200 | <30 | <160 | 1,070 | 870 | 200 | <3.0 | <16.0 | 1,070 | 1,010
below 255HB 250 | =2.0 | =80 | 950 680 250 | =20 | =80 | 950 | 800
Mold steel Jogrial 150 | S50 | =320 1,190 | 1,070 | ~150 | =50 | <320 | 1190 | 1250
(HPM7PX6P20) | PL [{jcapsy| 200 | <30 | <160 | 1,070 | 870 | 200 | <30 =160 1070 1010
250 | <20 | <80 | 950 | 680 | 250 | <20 | <80 | 950 | 800
Mold steel earral 150 <40 | <240] 950 | 680 | ~150 | <40 | <240 950 | 800
(NAK8O, HPM1, P21) | PL [ )igogg)| 200 =25 | =120 | 860 570 200 | =25 | =120 860 660
38-43HRC 250 | <20 | <60 | 760 | 460 | 250 | <20 | <6.0 | 760 | 530
Hardened die ~150 | <35 | <200| 800 | 580 | ~150 | <35 | <200| 800 | 670
0658 o | P bitoy| 200 | <25 | <100 720 | 470 | 200 | <25 | <10.0| 720 | 540
42'52HRC 250 | <12 | <50 | 640 | 370 | 250 | <12 | <50 | 640 | 430
Hardened die ~150 | <25 | <160 | 560 | 340 | ~150 | <25 | <16.0| 560 | 390
(SKD11§t§L%{DC11) PL [DH102| 200 | =15 | =80 | 500 | 270 200 | <15 | <80 | 500 | 310
55-62HRC 250 = — - - 250 - - - -
Gery & Nodular Jeatral 150 <50 | <400 1,790 | 1430 | ~150 | <50 | <400 1190 | 1,670
Castiron | PL |{oinoz)| 200 | <40 | <20.0| 1,070 | 1,060 | 200 | <40 | <200 1,070 | 1350
below 300HB 250 | <30 | <100] 950 | 910 | 250 | <30 | <100| 950 | 1,060
' Jegosol ~150 | =50 | 320 1,190 | 1,070 | ~150 | <50 | <32.0 | 1,190 | 1,250
Staesssee | &0 (e 200 | <30 | <160 1070 | 870 | 200 | <30 | =160 1070 | 1010
below 250H8 VCTS18) 950 | <20 | <80 | 950 | 680 | 250 | <20 | <80 | 950 | 800
~150 | <50 | <240| 480 | 430 | ~150 | <50 | <240] 480 | 500
Titanium alloy | g pSuel 200 | =30 | =120 430 | 350 | 200 | =30 =120 40 | 410
250 | <20 | <60 | 380 | 270 | 250 | <20 | <60 | 380 | 320
. ~150 | <50 | <240 | 240 | 220 | ~150 | <50 | <240| 240 | 250
Heatgﬁg'ﬂant SL |DS118f 200 | <3.0 | =120 | 220 | 180 200 | <30 | <120| 220 | 210
(INCO718) VTSI 050 | <20 | <60 | 190 | 140 | 250 | =20 | <60 | 190 | 160
~150 | <50 | <80.0 | 4780 | 5740 | ~150 | =50 | <80.0 | 4780 | 6,690
Alminium alloy | | 18 | 200 | <4.0 | <40.0 | 3580 | 3870 | 200 | <40 | <400 3580 | 4510
250 | <3.0 | <200 2390 | 2290 | 250 | <3.0 | <200 | 2390 | 2,680
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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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(7]
—
3
=
= ‘ QM MAX MQX/QXP Type \
<
><
a
= l Recommended cutting conditions
@ QXP Type (ZPMT-PL /NL/ SL insert) ©
g . Tool dia.(mm)
, S| B 50 50/52
Material =] g _ oN
B e A
O (mrm) (n?r%) ?&ﬁ% (mri}m (mmv/rfnin) (mrm) (n?r?q) %rﬁ?ﬁ% (m?n-') (mnY/rfnin)
Carbon steel Jcsosol_~200 =50 | =40.0 | 1,020 | 1,070 | ~200 | =50 | =<40.0 | 1,020 | 1,220

—

(550C,9%%C) | P ((Jcsna) 250 | =30 | =200 | 920 | 870 250 | =3.0 | =200 | 920 | 990

CX78)[ 300 | <20 | =100 820 | 690 | 300 | =20 | <100| 820 | 790

00! & die st Jososol 200 | S50 | =400| 950 | 1,000 | ~200 | <50 | <40.0 | 950 | 1,140
e s | PL [oegig| 250 | <30 | <200 860 | 810 | 250 | <30 | <200 860 | 930
below 255HB 300 | <20 | <100 760 | 640 | 300 | <20 | <100 760 | 730

Mold steel Jogrial 200 | =50 | =40.0] 950 | 1000 | ~200 | <50 | <40.0 | 950 | 1140

(MG P) | PL [ogory| 250 | <30 | <200 860 | 810 | 250 | =30 | <200 860 | 930
300 | <20 | <100| 760 | 640 | 300 | =20 | <100 760 | 730

Mold steel Lc8118 ~200 | =40 | =300 | 760 | 640 | ~200 @ =4.0 | =30.0| 760 | 730

(NAK8O, HPM1,P21) | PL  [[jogospf 250 | =25 | =150 | 680 520 250 | =25 | =15.0 | 680 600

SastiRe 300 | <20 | <75 | 610 | 430 | 300 | =20 | <75 | 610 | 4%
Hardened die ~200 | <35 | =250| 640 | 540 | ~200 @ =35 | =<250| 640 | 610
(SKD61S tgfé DHA) PL €I3C|§11012% 250 | =20 | =125 580 440 250 | <20 | <125| 580 | 500
42-52HRC 300 | =12 | =6.0 510 340 300 | =12 | =6.0 510 390
Hardened die ~200 | =25 | =200 | 450 | 320 | ~200 | <25 | <20.0 | 450 | 360
(SKD11§t§L%[DC11) PL |DH102| 250 | =15 | =10.0| 400 | 250 250 | <15 | <10.0| 400 | 290
55-62HRC 300 | <10 | <50 | 360 | 200 | 300 | <10 | <50 | 360 | 230
Gery & Nodular LC8118 ~200 | =50 | =500 | 950 | 1,330 | ~200 | <5.0 | =50.0| 950 | 1,520
%gg}ggg{‘ PL |{pH10p)| 250 | 4.0 | =250 | 860 | 1,080 | 250 | =4.0 | =250 | 860 | 1,240
below 300HB 300 | <30 | <125| 760 | 850 | 300 | <30 | <125| 760 | 970

, ~200 | <50 | <400| 950 | 1,000 | ~200 | <50 | <400 950 | 1,140
Stainless steel | PL JC8050
(SUS304) (SL) (Jcs118) 250 | =3.0 | =20.0 860 810 250 | =3.0 | =20.0 860 930
below 250H8 UCS18) 300 | <2.0 | <100| 760 | 640 | 300 | <20 | <100 760 | 730
- ~200 | <50 | <300 | 380 | 400 | ~200 | <50 | <300 | 380 | 460
Titaniumalloy | g |ps118| 250 | <30 | <150 | 340 | 320 | 250 @ =30 | <150| 340 | 370
(Ti-6Al-4V) (JC751 8)
300 | <20 | <75 | 300 | 250 | 300 | <20 <75 | 300 | 290
~200 | <50 | <300| 190 | 200 | ~200 | <50 | <300| 190 | 230
250 | <3.0 | <150 | 170 | 160 | 250 | <30 | <150| 170 | 180
300 | <20 | <75 | 150 | 130 | 300 | <20 | <75 | 150 | 140
- ~200 | =50 |=<100.0| 3,820 | 5350 | ~200 | =<5.0 |=<100.0| 3820 | 6110
Alminium alloy | | Fc18 | 250 | <4.0 | <50.0 | 2860 | 3600 | 250 | <40 | <50.0 | 2860 | 4120
300 | <30 | <250 1910 | 2740 | 300 | <30 | <250 1910 | 2440

Heat r Isistant st |pst11s
allo
(INCO718) (JC7518)

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

(7¢]
—
]
=
‘ QM MAX MQX/QXP Type \ w
P
>
=
B Recommended cutting conditions =
@ QXP Type (ZPMT-PL /NL/ SL insert) ©
8 . Tool dia.(mm)
(40}
Material | S| ® sl
2| o 8N
= €l
i (mrm) (n?r%) ?ﬁqﬁ% (m?n-') (mnY/rfnin)
(S50C,S55C) | PL |(Jcs11g) 300 | =3.0 | =25.0 730 790
below 250HB (CX75)
350 =20 =125 650 620
~250 =50 =50.0 760 910
Tool & die steel JC8050

below 255HB 350 | =20 | =125 | 610 580
~250 | =50 | =500 760 910

Mold steel Jcs118
(HPM7,PX5,P20) | PL ( ) 300 =30 | =250 680 730
30-36 HRC JC8050
350 =20 | =125 610 580
e < <
Mold steel Lc8118 250 =40 | =38.0 610 590

(NAK8O, HPM1, P21) | PL - [()igosp)l 300 =25 | =£19.0 550 480

38A3HRC 350 | =20 | =95 | 490 | 390
Hardﬁggfj die N L8118 ~§(5)g 325 332.0 500 480
o6 =S oo <25 | <160 | 450 | 390
42'52HRC 350 | =15 | =75 400 310
Hardened die ~250 =25 =25.0 350 280
(SKD11s,tSeLEI!)|, - PL [DH102 300 | =15 | =125 320 230
55-62HRC 350 | =1.0 =6.5 280 180
Gery & Nodular Lca118 ~250 =5.0 =64.0 760 1,220
%gg’tgég)n PL [ipH107)| 300 | =40 | =320 680 980
below 300HB 350 | =30 | =16.0 610 780

' Jcgosol ~250 | =50 | <500 | 760 910
Staesssree! | &0 [oangl 300 | <30 | <250 | 680 | 730
below 250+B VTSI 550 | <20 | =125 | 610 | 580
~250 | =50 | <380 | 300 360
Titaniumalloy | g (JDCS71511§) 300 | <30 | <190 | 270 290
350 | <20 | <95 240 230

~250 | =50 | <380 | 150 180
300 | <30 | <190 | 140 150
350 | <20 | <95 120 110
- ~250 | =50 | <1280 3030 | 4850
Alminium alloy | | Fe18 | 300 | <40 | <63.0 | 2270 | 3270
350 | <30 | <315 | 1520 | 1940

Heat resistant
allo SL |DS118
(INCO718) (JC7518)

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. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.
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2 l Recommended cutting conditions

@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o

Tool dia.(mm)
16/17 20 20/21
Material Grade 2N 3N 4N

? Pt de n Vi ? Pt de n Vi { Pt de n Vi
(mm) | (mm) | (mm) [(min")|{mm/min)] (mm) | (mm) | (mm) [(min™)|mm/min)| (mm) | (mm) | (mm) [(min-")|(mm/min)

~70] 0.5 <02 | 8950 2,680] ~70 | 0.6 |<0.2 | 7,160/ 3220| ~70 | 0.6 |<0.2 | 7,160] 4290
120 | 0.5 <02 | 6960 12390| 120 | 0.6 |<0.2 | 7,160/ 2790| 120 | 0.6 |<0.2 |7,160/3720
160 | 0.5 <02 | 6960 1,110| 190 | 0.6 |<0.2 |5570 1,670] 190 | 0.6 |<0.2 | 5570|2230
ool diesteal | Jcgots |01 05 [<0:2 | 79602390] ~70 [ 0.6 [<0.2 [6370[3220[ ~70 0.6 [<02 [6370[4290
(SKO6T.S0T) | (ppyn0) | 129 | 05 [<0.2 | 59701,190] 120 | 0.6 |<0.2 6370/ 2480| 120 | 0.6 <02 6370, 3310
below 255HB 160 | 0.5 |<0.2 | 59700 960| 190 | 0.6 |<0.2 | 4770|1430] 190 | 0.6 |<0.2 |4770]1,910
~70] 0.5 <02 | 6960 1,670 ~70 | 0.6 |<0.2 | 5570/ 2,000] ~70 | 0.6 |<0.2 | 5,570] 2,670
120 | 0.5 |<0.2 | 4970 840| 120 | 0.6 |<0.2 |5570|1,670| 120 | 0.6 |<0.2 |5570| 2230
160 | 0.5 <02 | 4970 700| 190 | 0.6 |<0.2 |3980] 960| 190 | 0.6 |<0.2 |3980|1.280
~70] 0.5 <02 | 4980/1,200 ~70 | 0.6 |<0.2 | 3980 1,430] ~70 | 0.6 |<0.2 |3,980] 1,910
120 | 0.5 |<0.2 | 3560 600| 120 | 0.6 |<0.2 |3,980| 1,190 120 | 0.6 |<0.2 [3.980]1,590
160 | 0.5 |<0.2 | 3560 500| 190 | 0.6 |<0.2 |2,840] 690| 190 | 0.6 |<0.2 |2840] 920

Carbon steel | JC8015

S50C, S50
l(JeIow 250H% (DH102)

Mg, | s
( 30-36 HRC ) (DH102)

Mold steel Jcso1s

80, HPM1, P2
(NAK38-LI1-I3F|)-|I\41CP D1 (DH102)

. ~70 | 0.5 |<0.15] 3380, 680| ~70 | 0.6 |<0.15 2,710, 810 ~70 | 0.6 |{<0.15/2,710| 1,080

Hardened die | pH102
steel 120 | 0.5 |<0.15| 2,400 340( 120 | 0.6 |<0.15/2,710| 670| 120 | 0.6 [<0.15/2,710| 890

(SKD61, DAC, DHA) | (JC8015)
42-52HRC 160 | 0.5 |<0.15/ 2400 280| 190 | 0.6 |<0.15/1,940| 390( 190 | 0.6 |<0.15/1,940| 520
Gery & Nodular | Jcggrs |70 05 <02 [10900 3270] ~70 | 06 [<0.2 [8750/3940] ~70 | 0.6 [<0.2 [8750] 5250
[:(EgtFlég)r] (DH102) 120 | 0.5 [<0.2 | 8950 2,150 120 | 0.6 |<0.2 |7,160|2,580( 120 | 0.6 |<0.2 |7,160| 3,440
below 300HB 160 | 0.5 [<0.2 | 8950/ 1,790| 190 | 0.6 |<0.2 |7,160|2,150| 190 | 0.6 |<0.2 |7,160|23870

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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Il Recommended cutting conditions 2
@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o
Tool dia.(mm)
25/26 25/26/28 30/32/35
Material Grade 4N 5N 5N

? Pt de n Vi ? Pt de n Vi ? Pt de n Vi
(mm) | (mm) | (mm) [(Min™)|(mm/min)| (mm) | (mm) | (mm) [(Min)|mm/min)| (mm) | (mm) | (mm) [(min)|(mm/min)

~90 | 0.7 |<0.2 |5730]4120] ~90 | 0.7 [<0.2 [5730]6,210{~100] 0.8 |<0.2 [ 4480 4030
140 | 0.7 |<0.2 |5730/3440| 140 | 0.7 |<0.2 |5730/4,300| 150| 0.8 |<0.2 |4,480 4,030
210 | 0.7 [<0.2 [4460|2,140| 210 | 0.7 [<0.2 |4460|2,680| 210| 0.8 [<0.2 |3480|2610
ol die steel | Jcgo1s | =2 07 [<02 [5090/3660] ~90 | 0.7 [<0.2 |5090[4580[~100] 0.8 [<0.2 [3980] 3,560
(SK061,5011) | (Drinop) | 140 | 0.7 [<0.2 509013080 140 | 0.7 <02 | 5090|3810 150| 0.8 <02 |3980|3,580
below 255HB 210 | 0.7 |<0.2 |3,820(1,830] 210 | 0.7 [<0.2 [3820/2290| 210] 0.8 [<0.2 | 2,980 1,740
~90 | 0.7 |<0.2 | 4460]2,680| ~90 | 0.7 [<0.2 [4,460]3350{~100] 0.8 |<0.2 | 3480|2610
140 | 0.7 |<02 |4460/2140| 140 | 0.7 |<0.2 | 4460/ 2,680 150 0.8 |<0.2 |3480 2,610
210 | 0.7 [<0.2 [3180]1,270] 210 | 0.7 [<0.2 [3,180(1,590| 210| 0.8 |<0.2 |2490(1,250
~90 | 0.7 |<0.2 |3180[1,530[ ~90 | 0.7 [<0.2 3,180 1,910{~100] 0.8 |<0.2 [2:490] 1,500
140 | 0.7 |<0.2 13180]1,220| 140 | 0.7 |<0.2 |37180/1,520 150| 0.8 |<0.2 | 2,490 1,500
210 | 0.7 [<02 [2270] 730| 210 | 0.7 [<02 [2270| 910| 210| 0.8 [<02 [1,780 720

Carbon steel | JC8015

S50C, S55C
t(aelow 250H% (DH102)

Mg, | s
( 30-36 HRC ) (DH102)

Mold steel Jcso15s

80, HPM1, P2
A e | (DH102)

. ~90 | 0.7 [<0.15/2,160, 860| ~90 | 0.7 |<0.15/2,160|1,080(~100| 0.8 |<0.15/1,690| 850

Hardened die | pH102
steel 140 | 0.7 [<0.15/2,160| 690| 140 | 0.7 |<0.15/2,160, 860| 150| 0.8 [<0.15/1,690| 850

(SKD61, DAC, DHA) | (JC8015)
42-52HRC 210 | 0.7 |<0.15/1,540| 410| 210 | 0.7 |<0.15/1,540| 510 210| 0.8 |<0.15/1,210| 410
Gery & Nodular | Joggrs | =00 | 07 [<02 |7.000/4200] ~90 | 0.7 [<0.2 7,000/5250{~100] 0.8 <02 |5470| 4100
%Egtg(r:g? (DH102) 140 | 0.7 [<0.2 |5,730| 2,750 140 | 0.7 |<0.2 |5,730|3,440| 150| 0.8 (<0.2 |5470|4,100
below 300HB 210 | 0.7 |<0.2 |5,730(2,290| 210 | 0.7 |<0.2 |5730|2860( 210| 0.8 [<0.2 |4,480| 2,240

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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S Il Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o
Tool dia.(mm)
32/35 40/42 40
Material Grade 6N 6N 7N

{ Pt de n Vi ? Pt de n Vi ? Pt de n Vit
(mm) | (mm) | (mm) [(min™)|mm/min)| (mm) | (mm) | (mm) [(min™)|mm/min)| (mm) | (mm) | (mm) [(min")|(mm/min)

~100] 0.8 |<0.2 |4480]4:830[~100] 0.88 [<0.2 |3,580|3,870(~100] 0.88 |<0.2 | 3,580 4,520
150| 0.8 |<0.2 |4480/4830| 150 0.88 |<0.2 |3580]3870| 150| 0.88 |<0.2 3,580 4,520
210| 0.8 |<0.2 |3480/3,130] 210]0.88 |[<0.2 |2790]2,010] 210] 0.88 |<0.2 |2,790] 2,350
, ~100] 0.8 |<0.2 |3,980]4300[~100] 0.88 [<0.2 |3,180]3,430{~100] 0.88 [<0.2 | 3,180 4,000

Tool & die steel | JC8015
(SKO61,5K011) | (Dri02) | 150] 08 [<0.2|3,9804300] 150 0.88 |<0.2 |3,1803430] 150, 0.88 |<0.2 |3,180 4,000
below 255HB 210| 0.8 [<0.2 |2,980]2,000| 210 0.88 [<0.2 [2,390/1,720] 210 0.88 [<0.2 [2,390| 2,010
~100] 0.8 |<0.2 |3480]3130[~100] 0.88 [<0.2 [2790] 2,510{~100] 0.88 [<0.2 [ 2,790 2,930
150| 0.8 |<0.2 |3480/3,130| 150 0.88 |<0.2 |2,790] 2,510 150| 0.88 |<0.2 |2790| 2,930
210] 0.8 |<0.2 12490/ 1,500] 210]0.88 |[<0.2 | 1,990/ 1,430 210] 0.88 |<0.2 [1,990] 1,670
~100] 0.8 |<0.2 |24490]1,800[~100] 0.88 [<0.2 [1,990]1,430{~100] 0.88 [<0.2 [ 1,990 1,670
150| 0.8 |<0.2 |2490(1,800{ 150/ 0.88 |<0.2 |1,090]1.430| 150| 0.88 |<0.2 |1,990| 1,670
210 0.8 |<0.2 |1,780 860| 210|0.88 |<0.2 |1.420] 820| 210] 0.88 |<0.2 [ 1,420 960
Hardened die | ppyrgp =120 0.8 |<015 1,690]1,020]~100] 0.88 |<0.15/1,350| 810|~100] 0.88 [<0.15/1,350] 950
steel 150| 0.8 |<0.15 1,690/ 1,020| 150 0.88 |<0.15/1,350| 810| 150| 0.88 |<0.15/1,350| 950
(SKD61, DAC, DHA) | (JC8015)
£2.52HRC 210 0.8 |<0.15/1210| 490| 210|0.88 |<0.15 960| 460| 210| 0.88 |<0.15] 960| 540
Gery & Nodular | oggqs | =120, 08 [<02 [5470[4920]~100] 0.88 [<0.2 [4380]3940]~100] 0.88 |<0.2 |4380] 4600
ngtFICfg)n (i102) | 150 0.8 <02 [5470[4920] 150 0.88 [<0.2 4380/3,940| 150/ 0.88 |<0.2 4380|4600
e 30008 210| 0.8 |<0.2 |4480|2,690| 210|0.88 |<0.2 |3580|2,580| 210] 0.88 |<0.2 |3,580|3,010

—

Carbon steel | JC8015

S50C, S55C
o d | (DH102)

Mold steel JCso15
HPM7, PX5, P20
( 30-36 HRC ) (DH102)

Mold steel JCso15

WL | i

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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Il Recommended cutting conditions 2

@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o

Tool dia.(mm)
40
Material Grade 6N 7N
[} Pf de n \'%i ? Pf de n Vit
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (minT) | (mm/min)

~150 | 0.88 | <0.2 | 3,580 | 3,870 | ~150 | 0.88 | <02 | 3,580 | 4,520
carbon stee 200 | 0.88 | <0.2 | 3580 | 3870 | 200 | 0.88 | <0.2 | 3,580 | 4520
socsss0 | > | 250 | 0.88 | <0.2 | 3580 | 3220 | 250 | 0.88 | <02 | 3580 | 3760
below 250HB

300 | 0.88 | <0.2 | 2,790 | 2,010 | 300 | 0.88 | <02 | 2790 | 2,350
350 | - - - - 350 | - - - -
~150 | 0.88 | <0.2 | 3,180 | 3430 | ~150 | 0.88 | <02 | 3,180 | 4,000
Joaurs | 200 088 [ <02 | 3180 | 3430 | 200 | 088 | <02 | 3180 | 4,000
Tool & die steel
e steel | Dmiop) | 250 | 088 | <02 | 3,180 | 2,860 | 250 | 0.88 | <0.2 | 3180 | 3340
below 255HB 300 | 0.88 | <0.2 | 2390 | 1,720 | 300 | 0.88 | <0.2 | 2390 | 2,010
350 | - - - - 350 | - - - -
~150 | 0.88 | <02 | 2,790 | 2,510 | ~150 | 0.88 | <02 | 2790 | 2,930

200 | 0.88 | <0.2 | 2,790 | 2,510 200 | 0.88 | <0.2 | 2,790 | 2,930

o P20 | oo | 250 | 0.88 | <0.2 | 2790 | 2010 | 250 | 0.88 | <0.2 | 2790 | 2350
30-36 HRC 300 | 0.88 | <0.2 | 1,990 | 1,190 300 | 0.88 | <0.2 | 1,990 | 1,390
350 | - - - - 350 | - — - -

~150 | 0.88 | <0.2 | 1,990 | 1,430 | ~150 | 0.88 | <0.2 | 1,990 | 1,670
200 | 0.88 | <0.2 | 1,990 | 1,430 200 | 0.88 | <0.2 | 1,990 | 1,670

oy L ooy | 250 | 0.88 | <02 | 1990 | 1,150 | 250 | 0.88 | <0.2 | 1990 | 1,340
SFGARE 300 | 0.88 | <0.2 | 1,420 | 680 300 | 0.88 | <02 | 1,420 | 790
350 | - - - - 350 | - - - =
~150 | 0.88 | <0.15| 1,350 | 810 | ~150 | 0.88 | <0.15| 1,350 | 950
Hardened de | | 200 | 0.88 | <0.15| 1,350 | 810 | 200 | 0.88 | <0.15| 1,350 | 950
s o | ogors)| 250 | 0.88 | <0.15] 1350 | 650 | 250 | 0.88 | <0.15| 1350 760
42'52HRC 300 | 0.88 | <0.15| 960 | 390 | 300 | 0.88 | <0.15| 960 | 460
350 | - - - - 350 | - - - -
~150 | 0.88 | <02 | 4380 | 3940 | ~150 | 0.88 | <0.2 | 4380 | 4,600
Gery & Nodular 200 | 0.88 | <02 | 4380 | 3940 | 200 | 0.88 | <02 | 4380 | 4,600
e 800:10325) 250 | 0.88 | <0.2 | 3,580 | 2,580 | 250 | 0.88 | <02 | 3,580 | 3,010
b 300 | 0.88 | <0.2 | 3580 | 2150 | 300 | 0.88 | <0.2 | 3,580 | 2,510
350 | - - - - 350 | - - = B
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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@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP & DOWN milling) (4)
Tool dia.(mm)
50 50/52
Material | Grade N 8N
de n Vi ? e n Vi
(mm) (mm) (mm) (min) |((mm/min)| (mm) (mm) (mm) (min?)  |(mm/min)
~150 <0.2 2,860 | 3,600 ~150 <0.2 2,860 | 4,110
o80 200 <0.2 2,860 | 3,600 200 <0.2 2,860 | 4,110
Carbon steel JC8015
(500, $350) (DH102) 250 <0.2 2,860 | 3,600 250 <0.2 2,860 | 4,110
below 250HB 300 <0.2 2,860 | 3,000 300 <0.2 2,860 | 3,430
350 <0.2 2,860 | 3,000 350 <0.2 2,860 | 3,430
~150 <0.2 2,550 | 3,210 ~150 <0.2 2,550 | 3,670
200 <0.2 2,550 | 3,210 200 <0.2 2,550 | 3,670
Tool & die teel ("DC:EJ;) 250 <02 | 2550 | 3210 | 250 <02 | 2,550 | 3,670
(below'255HB) 300 <0.2 2,550 | 2,680 300 <0.2 2,550 | 3,060
350 <0.2 2,550 | 2,680 350 <0.2 2,550 | 3,060
~150 <0.2 2,230 | 2,340 ~150 <0.2 2,230 | 2,670
200 <0.2 2,230 | 2,340 200 <0.2 2,230 | 2,670

Mold steel | JC8015

(HPM7,PX5,P20) | (DH102) <0.2 | 2230 | 2,340 250

<0.2 | 2,230 | 2,670

30-36 HRC 300 <0.2 | 2230 | 1,870 300 <0.2 | 2230 | 2,140
350 <0.2 | 2230 | 1,870 350 <0.2 | 2230 | 2,140
~150 <0.2 | 1,590 | 1,340 | ~150 <0.2 | 1,590 | 1,530
108015 200 <0.2 | 1,590 | 1,340 200 <0.2 | 1,590 | 1,530

Mold steel
(NAKBQ, oM P21) | (DH102) 250 <0.2 | 1,590 | 1,340 250 <0.2 | 1,590 | 1,530
38-43HRC 300 <0.2 | 1,590 | 1,070 300 <0.2 | 1,590 | 1,220
350 <0.2 | 1,590 | 1,070 350 <0.2 | 1,590 | 1,220
~150 <0.15| 1,080 760 | ~150 <0.15| 1,080 870
. 200 <0.15| 1,080 760 200 <0.15| 1,080 870

Hardened die | pH102
steel 250 <0.15| 1,080 760 250 <0.15| 1,080 870
(SKD61, DAC, DHA) | (JC8O15)

42-52HRC 300 <0.15| 1,080 610 300 <0.15| 1,080 700
350 <0.15| 1,080 610 350 <0.15| 1,080 700
~150 <0.2 | 3,500 | 3,680 | ~150 <0.2 | 3,500 | 4,210
Gery & Nodular 108015 200 <0.2 | 3,500 | 3,680 200 <0.2 | 3,500 | 4,210

Castiron
© Fen) (DH102) 250 <0.2 | 3,500 | 3,680 250 <0.2 | 3,500 | 4,210
below 300HB 300 <0.2 | 2860 | 2,400 300 <0.2 | 2860 | 2,740
350 <0.2 | 2860 | 2,400 350 <0.2 | 2,860 | 2,740

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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Il Recommended cutting conditions =

@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP & DOWN milling) (4)

Tool dia.(mm)
63/66
Material Grade 8N
? Pt ae n Vi
(mm) (mm) (mm) (min”) |(mm/min)

~200 | 112 | <02 | 2270 | 3,260
250 | 112 | <02 | 2270 | 3260
C(gg%gﬁsggg;?' (JDC:%;) 300 | 112 | <02 | 2270 | 3,260
below 250HB 350 | 112 | <02 | 2270 | 2,720
400 | 1.12 | <02 | 2270 | 2,720
~200 | 1.12 | <02 | 2,020 | 2,910
250 | 1.12 | <02 | 2,020 | 2910
Tool & die steel (”8015 300 | 1.12 | <02 | 2,020 | 2910
(Ske1,Skp11) | (DH102)
below 255HB 350 | 1.12 | <0.2 2,020 | 2,420
400 | 112 | <02 | 2020 | 2420
~200 | 112 | <02 | 1,770 | 2,120
o |20 112 [ <02 | 4770 | 2,120
(H'Q"n?;,dp%ﬁ?zlm 1o | 300 | 112 [<0.2 | 1,770 | 2120
30-36 HRC 350 | 1.12 | <0.2 1,770 | 1,700
400 | 112 | <02 | 1,770 | 1,700
~200 | 112 | <02 | 1,260 | 1210
o |20 | 112 [ <02 | 1260 | 1.210
(NA%%’,'ﬂpshtﬁﬁlazn (oH10 | 300 | 112 | <02 | 1,260 | 1210
38.43HRC 350 | 112 | <02 | 1260 | 970
400 | 112 | <02 | 1260 | 970
~200 | 112 | <015| 860 | 690
250 | 112 | <0.15| 860 | 690
stee 300 | 1.12 | <0.15| 860 | 690
(SKDS1,DAC, DHA) e T REEED <0.15| 860 | 550
400 | 112 | <0.15| 860 | 550

~200 | 1.12 | <0.2 | 2,780 | 3,340

Hardene? die | pH102

Gery & Nodular 1C8015 250 | 1.12 | <0.2 2,780 | 3,340
cast iron

(FC, FCD) (DH102) 300 | 1.12 | <0.2 2,780 | 3,340

below 300HB 350 | 1.12 | <0.2 2,270 | 2,180

400 | 112 | <0.2 | 2,270 | 2,180

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.




Tooling by DIJET

a
3
=
1 ‘ QM MAX MQX/QXP Type \
<
"
2 l Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing
(4]
Tool dia.(mm)
@ 16/17 20 20/21
Material
dterial S| 2N 3N 4N
? ap de n \'i ? ap de n ' ? ap de n '
(mm) | (mm) | (mm) | (min™) | (mm/min) | (mm) | (mm) | (mm) | (min”) | (o/min) [ (mm) | (mm) | (mm) | (min) | (mm/min)
CXT5 ~70| 1.5 | <0.2|12,900 3,870| ~70| 1.5 |<0.2|10,300 4,640 ~70| 1.5 | <0.2/10,300| 6,190

ng%gnsggg)e' Jc8015)| 120 1 | <0.2 89502150 120 1 |<0.2| 7,160/ 2,580| 120 1 |<0.2| 7,160 3,440

below?250H8 | OH102) ™ 60 705 8,950/ 1790 | 190 | 0.7 | <0.2| 7160 2150| 190 | 0.7 | <02| 7160 2870
s | ~70] 15 [<02] 89502680 ~70 ] 1.5 [ <0.2] 7,160/ 3220] ~70] 15 | <02] 7,160] 4,290
Tools die steelucaors)| 120 1 [<02| 8950 2150| 120] 1 [<02| 7,160/ 2580 120 1| <0:2| 7,760] 3,440
below 255HB | (OH102) [ 0170 7 | <02 69601390 190| 0.7 | <02| 5570/ 1670 190| 0.7 | <02| 5570 2230
~70] 1.5 | <0.2] 8950 2680 ~70] 1.5 | <0.2| 7,160/ 3220| ~70| 1.5 | <02] 7,160 4290
120 1 | <02 8950[2150| 120] 1 |<02| 7,160 2,580| 120| 1 | <0.2| 7,160 3440
160 0.7 | <0.2| 6960 1,390| 190] 0.7 | <0.2| 5570/ 1,670| 190| 0.7 | <0.2 5570 2,230
~70] 15 | <02] 7,960 1910| ~70| 1.5 | <0.2| 6370 2200] ~70] 1.5 | <0.2] 6370 3,050

(NA'\I%ZJ!;?’FE\EIE%ZU boy| 120] 11 <02] 6960/1,390| 120 1 |<02] 5570/ 1670| 120] 1 | <0:2] 5570 2230
160 0.7 |<0.2| 6960[1,110| 190| 0.7 | <0.2| 5570/ 1,340| 190| 0.7 | <0.2| 5570 1,790

~70] 1.5 | <0.2] 3980 800| ~70| 1.5 |<0.2| 3180 950| ~70| 1.5 | <02] 3,180 1,270

(smeftgfé,m) (JDc:;)st) 120] 1 | <02 3380 540 120 1 |<o02 2710 630| 120 1 | <02| 2710 840
42-52HRC 160 - - - - 190 - - - - 190 - - - -

o dened die ~70] 1 |<02] 3580 720 ~70| 1 | <02]| 2860 860 ~70] 1 | <02| 2860 1,150
01 S oy D12 | 120 07 [<02] 2980 480| 120| 0.7 | <0.2| 2390 570| 120| 07 | <02| 2390 760
SRS 60 - | - [ - | - {10 - | - |- -0 -|-|-]-
ery & Nodular ~70] 1.5 1<02]10900 3270| ~70| 1.5 | <0.2| 8750/ 3940] ~70] 1.5 | <0.2| 8750 5250
%Eé&'é%{‘ (’DC:;JJZE’) 120 1 |<0.2| 8950 2,150 120| 1 |<0.2| 7,160/2580| 120 1 |<0.2| 7,160 3,440
below 300HB 160 0.7 | <0.2| 8950 1,790| 190] 0.7 | <0.2| 7,160/ 2150| 190| 0.7 [ <0.2| 7,160 2870
~70] 1.5 | <02] 8950 2680| ~70| 1.5 | <0.2| 7,160/ 3220 ~70 1.5 | <0.2| 7,160 4290
120 1 | <02 8950[2150| 120] 1 |<02| 7,160/ 2580| 120] 1 | <0.2| 7,160 3440
160| 0.7 |<0.2| 6960[1,390| 190| 0.7 | <02 5570/ 1,670 190| 0.7 | <0.2| 5570 2230
~70] 15 [<02] 1,790 430| ~70] 1.5 | <0.2] 1430 520] ~70] 1.5 |<02| 1430 690
1200 1 |<o02| 1390 280] 120] 1 |<o02| 1,110 330| 120 1 [<02| 1,110 440
160| 0.7 |<0.2| 1390 220| 190] 07 |<02| 1,110 270| 190] 0.7 [<0.2| 1,110 360

—

—

Mold steel Jcso15

HPMT, PX5, P20
Pt ke |OFH102)

Hardened die

Stainless steel
(SUS304) JEE9
below 250HB (DH102)

Titanium alloy | Jc8o15
(Ti-6A-4V) ™ | (DH102)

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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Il Recommended cutting conditions =
@ MQX Type (YPHW-15 /-F insert) - Side finishing
(4]
Tool dia.(mm)
@ 25/26 25/26/28
Material ©
s AN 5N
? ap ae n Vi ? ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (minT) | (mm/min)
CXT5 ~90 1.5 <0.2 8,280 4,970 ~90 1.5 <0.2 8,280 6,210
Carbon steel |(0g015)| 140 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3,440
(S50C, S55C) o102
below 250HB 210 0.7 | <02 | 5730 | 2290 210 0.7 | <02 | 5730 | 2860
~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
Tool & die steel O
(SKD61, SKD11) |(JCB015) 140 1 <02 | 5730 | 2,750 140 1 <0.2 | 5730 | 3,440
below 255HB™ | (OH102) ™01 0™ 077 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230
Mold | ~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
old stee
(HPM7, PX5, P20) (Jchfgzs) 140 | 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3,440
30-36 HRC
210 0.7 <0.2 | 4460 | 1,780 210 0.7 <0.2 | 4460 | 2,230
~90 1.5 <0.2 5,090 2,440 ~90 1.5 <0.2 5,090 3,050
(NAI\}%BE)I,EEI\T/&?PIZU sl a0 | <02 | 4460 | 1780 | 140 | 1 <02 | 4460 | 2,230
- 210 0.7 <0.2 4,460 1,430 210 0.7 <0.2 4,460 1,790
. ~90 1.5 <0.2 2,550 1,020 ~90 1.5 <0.2 2,550 1,280
Hardened die 08015
steel 140 1 <0.2 | 2,160 690 140 1 <0.2 | 2,160 860
(SKD61, DAC, DHA)| (DH102)
42-52HRC 210 - - - - 210 _ - - -
. ~90 1 <0.2 2,290 920 ~90 1 <0.2 2,290 1,150
Hardetneij die
stee
(SKD11.5LD,DC11) DH102 140 0.7 <0.2 1,910 610 140 0.7 <0.2 1,910 760
55-62HRC 210 - _ — - 210 _ _ _ _
~90 1.5 <0.2 7,000 4,200 ~90 1.5 <0.2 7,000 5,250
Gery & Nodular 18015
Castiron 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
(FC, FCD) (DH102)
below 300HB 210 0.7 <0.2 | 5730 | 2290 210 0.7 <02 | 5730 | 2,860
| | ~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
Stainless stee
(susaos) | JCBOTS | q40 | 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
below 25018 |(DH102)
210 0.7 <0.2 4,460 1,780 210 0.7 <0.2 4,460 2,230
~90 15 <0.2 | 1,150 550 ~90 1.5 <0.2 | 1,150 690
Titanium alloy | JC8015
) ooy 140 | <02 | 890 | 360 | 140 | 1 <0.2 | 890 | 450
210 0.7 <0.2 890 280 210 0.7 <0.2 890 350

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 Il Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing
(4
Tool dia.(mm)
o 30/32/35 32/35
Material g 5N 6N
? dp de n Vi ? ap de n Vi
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min?) (mm/min)
CXT5 ~100 1.5 <0.2 6,470 4,850 ~100 1.5 <0.2 6,470 5,820

C(gg%gnsgggf' (cso1s)| 150 | 1.2 | <0.2 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
below 2503 | (OH102)| ™57 <02 | 4480 | 2240 | 210 | 1 <02 | 4480 | 2,690
s | 7100 [ 15 [ <02 [ 4480 | 3360 | ~100 | 15 | <02 | 4480 | 4030

Tool& diesteelycaons| 150 | 12 | <02 | 4480 | 2690 [ 150 | 12 | <02 | 4480 | 3230
below 2558 | (DH102) ™ 1™ <02 | 3480 | 1740 | 210 | 1 <02 | 3480 | 2,090
~100 | 1.5 | <02 | 4480 | 3360 | ~100 | 1.5 | <02 | 4480 | 4,030
150 | 1.2 | <02 | 4480 | 2,690 150 | 1.2 | <02 | 4480 | 3,230
210 | 1 <0.2 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
~100 | 1.5 | <02 | 3980 | 2390 | ~100 | 15 | <02 | 3980 | 2870

(NA'\I%EJ!E;%EIEE%Z1 LS 150 | 12 | <02 | 3480 | 1740 | 150 | 12 | <02 | 3480 | 209
210 | 1 <02 | 3480 | 1390 210 | 1 <02 | 3480 | 1670

Hordened die ~100 | 1.5 | <02 | 2000 | 1000 | ~100 | 1.5 | <02 | 2000 | 1,200
(smeftgfé, . (Jnﬁogg) 150 | 12 | <02 | 1,690 680 150 | 1.2 | <02 | 1,690 820
42:52HRC 210 | 1 <02 | 1,690 | 680 210 | 1 <02 | 1690 | 820
T ~100 | 1 <02 | 1,79 | 900 | ~100 | 1 <02 | 1,790 | 1,080
(SKD11§tS‘EL%[Dc11) DH102 150 0.8 <0.2 | 1,490 600 150 0.8 <02 | 1,490 720
55-62HRC 210 0.7 <0.2 | 1,490 420 210 0.7 <02 | 1,490 500
ery & Nodhlr ~100 | 1.5 | <02 | 5470 | 4100 | ~100 | 15 | <02 | 5470 | 4920
‘3(23&'58)” (’Dcljfgg 150 | 12 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3,230
below 300HB 210 | 1 <0.2 | 4480 | 2,240 210 | 1 <02 | 4480 | 2,690
~100 | 1.5 | <02 | 4480 | 3360 | ~100 | 1.5 | <02 | 4480 | 4,030
150 | 12 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
210 | 1 <02 | 3480 | 1,740 210 | 1 <02 | 3480 | 2,090
~100 | 1.5 | <02 | 900 | 540 | ~100 | 15 | <02 | 900 | 650
Titanium alloy | JC8015 |™"450 |~ 15 | <02 | 700 | 350 | 150 | 12 | <02 | 700 | 420

(DH102)
210 1 <0.2 700 280 210 1 <0.2 700 340

—

Mold steel Jcso1s

HPMT, PX5, P20
st e | OH102)

~

Stainless steel
(SUS304) <Ll
below 25018 | (DH102)

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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Il Recommended cutting conditions 2
@ MQX Type (YPHW-15 /-F insert) - Side finishing
(4
Tool dia.(mm)
@ 40/42 40
Material
ateria g 6N 7N
? ap de n ' ? ap de n \'i
(mm) (mm) (mm) (minT) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)
CXT5 ~100 1.5 <0.2 5170 4,650 ~100 1.5 <0.2 5170 5,420

Carbon steel |(cg015| 150 | 1.5 <02 | 5170 | 4,650 150 | 15 | <02 | 5170 | 5420
(S50C, S55C) o)
below 250HB 210 1 <02 | 3580 | 2580 210 1 <02 | 3580 | 3,010
~100 | 15 | <02 | 3580 | 3220 | ~100 | 15 | <02 | 3580 | 3760

Tool & die steel CX75
e el ucgors) 150 | 15 | <02 | 3580 | 37220 150 | 15 | <02 | 3580 | 3760
below 255HB | (DH102)| ™ 1™ <02 | 2790 | 2010 | 210 | 1 <02 | 2790 | 2350
~100 1.5 <0.2 3,580 3,220 ~100 1.5 <0.2 3,580 3,760
150 | 15 | <02 | 3580 | 3220 150 | 15 | <02 | 3580 | 3760
210 | 1 <02 | 279 | 2010 210 | 1 <02 | 2790 | 2,350
~100 | 15 | <02 | 3180 | 2290 | ~100 | 1.5 | <02 | 3,180 | 2,670
(NA'\%Z)I,EFE@F!21 ooyl 150 | 15 | <02 | 3180 [ 229 | 150 | 15 | <02 | 3180 | 2670
; 210 | 1 <02 | 279 | 1,670 210 | 1 <02 | 2790 | 1,950
. ~100 | 15 | <02 | 1,590 950 | ~100 | 15 | <02 | 1590 | 1,110

Hardened die

(SKD61St[?Ae(|) i (JDC}ffgzs) 150 | 15 <02 | 1,590 950 150 | 15 <02 | 1350 | 1,110

—

Mold steel Jcso15

HPMT, PX5, P20
Pt ke | OH102)

-

42-52HRC 210 | 1 <02 | 1,350 650 210 | 1 <02 | 1,350 760
. ~100 | 1 <02 | 1430 860 | ~100 | 1 <02 | 1,430 | 1,000
Hard%neii die
slee
ST oy D102 | 150 | 1 <02 | 1,430 860 150 | 1 <02 | 1,430 | 1,000
G 210 | 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670

~100 | 15 | <02 | 4380 | 3940 | ~100 | 1.5 | <02 | 4380 | 4,600

Gery & Nodular JC8015
cast iron 150 | 1.5 | <02 | 3580 | 3940 150 | 1.5 | <02 | 3,580 | 4,600
(FC,FCD) | (DH102)
below 300HB 210 | 1 <02 | 3580 | 2,580 210 | 1 <02 | 3580 | 3010
~100 | 15 | <02 | 3580 | 3220 | ~100 | 15 | <02 | 3580 | 3,760
150 1.5 <02 | 3580 | 3220 150 1.5 <02 | 3580 | 3,760
210 | 1 <02 | 2790 | 2,010 210 | 1 <02 | 2790 | 2350
~100 | 15 | <02 | 720 | 520 | ~100 | 15 | <02 | 720 | 610
Titanium alloy | JO8'S ™450 |45 | <02 | 560 | 520 | 150 | 15 | <02 | 560 | 610

(DH102)
210 1 <0.2 560 340 210 1 <0.2 560 400

Stainless steel
(SUS304) JElia
below 25018 | (DH102)

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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S B Recommended cutting conditions

@ QXP Type (YPHW-15 /-F insert) - Side finishing o
Tool dia.(mm)
Material S 40
ateria g 6N N
p de n Vf (] dp de n Vi

(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~150 <0.2 | 5170 | 4,650 ~150 1.5 <0.2 | 5170 | 5,430

vl

CX75 200 <0.2 | 5170 | 4,650 200 | 1.5 <0.2 | 5170 | 5,430

a
m
1
1.
Cabonsteel |(cao1s)| 250 | 1| <0.2 | 3,580 | 2580 | 250 | 1 | <02 | 3,580 | 3,010
below250HB | (DH102) | 300 | 0.7 | <0.2 | 3,580 | 2,360 | 300 | 0.7 | <0.2 | 3580 | 2,750
350 | - - - - 350 | - - - -
~150 | 15 | <02 | 3580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Tool & diesteel | CX75 | 200 | 1.5 | <0.2 [ 3580 | 3220 | 200 | 1.5 | <0.2 | 3,580 | 3,760
(SKD61,SKD11) [ (JC8015) 250 1 <0.2 | 2,790 | 2,010 250 1 <0.2 | 2,790 | 2,350
below255HB | (DH102) [ 300 | 0.7 | <0.2 | 2,790 | 1,670 300 | 0.7 | <0.2 | 2,790 | 1,950
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3,580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Mold steel | jcgoqs | 200 | 1.5 | <0.2 | 3580 | 3220 | 200 | 15 | <0.2 | 3,580 | 3,760
(HPM?7, PX5, P20) (DH102) 250 1 <0.2 | 2,790 | 2,010 250 1 <0.2 | 2,790 | 2,350
3036 HRC 300 | 07 | <0.2 | 2,790 | 1,670 | 300 | 0.7 | <0.2 | 2,790 | 1,950
350 | - - - - 350 | - - - -
~150 | 15 | <02 | 3,180 | 2,290 | ~150 | 1.5 | <0.2 | 3,180 | 2,670
200 | 15 | <02 | 3,180 | 2290 | 200 | 1.5 | <0.2 | 3,180 | 2,670
o e, ooy | 250 | 1| <02 12790 [ 1670 | 250 | 1 | <0.2 | 2,79 | 1,950
3843HRC 300 | 0.7 | <02 | 2,790 | 1,340 | 300 | 0.7 | <0.2 | 2,790 | 1,560
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 1590 | 950 | ~150 | 1.5 | <0.2 | 1,590 | 1,110
Hardened die | jcgors | 200 | 15 | <02 1,500 | 950 | 200 | 1.5 | <0.2 | 1590 | 1110
06 2 o | omo) | 250 | <0.2 | 1,350 | 650 | 250 | 1 <0.2 | 1,350 | 760
R SIRC 300 | 0.7 | <0.2 | 1,350 | 650 | 300 | 0.7 | <0.2 | 15350 | 760
350 | - - - - 350 | - - - -
~150 | 1 <0.2 | 1,430 | 860 | ~150 | 1 <0.2 | 1,430 | 1,000
Hardened die 200 | 1 <0.2 | 1,430 | 860 | 200 | 1 <0.2 | 1,430 | 1,000
steel DH102 | 250 | 07 | <02 | 1,190 | 570 | 250 | 0.7 | <0.2 | 1,190 | 670
(SKD11. SLD.OCT1) 300 | 05 | <0.2 | 1,190 | 360 | 300 | 05 | <0.2 | 1,190 | 420
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 4,380 | 3,940 | ~150 | 1.5 | <0.2 | 4,380 | 4,600
Gery & Nodular : 200 | 15 | <02 | 4380 | 3940 | 200 | 1.5 | <0.2 | 4380 | 4,600
oy | omooy | 2501 1 <02 3580 | 2580 | 250 1 | <02 | 3,580 | 3010
below 300HB 300 | 07 | <0.2 | 3580 | 2150 | 300 | 0.7 | <0.2 | 3,580 | 2,510
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Stainless steel | jcggys | 200 | 15 | <0.2 | 3,580 | 3,200 | 200 | 15 | <02 | 3580 | 3760
(SUS304) oo | 250 | 1 <0.2 | 2,790 | 2,010 | 250 | 1 <0.2 | 2,790 | 2,350
below 2508 300 | 0.7 | <02 | 2790 | 1,670 | 300 | 0.7 | <0.2 | 2,790 | 1,950
350 | - - - - 350 | - - - -
~150 | 15 | <02 | 720 | 520 | ~150 | 1.5 | <0.2 | 720 | 610
. 200 15 | <02 | 720 | 520 | 200 | 1.5 | <0.2 | 720 | 610
Tamama | ooy [ 250 | 1 | <02 | 560 | 340 | 250 | 1 | <02 | 560 | 400
300 | 07 | <02 | 560 | 270 | 300 | 07 | <02 | 560 | 320
350 | - - - - 350 | - - - -

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
@ QXP Type (YPHW-15 /-F insert) - Side finishing (4}
Tool dia.(mm)
: 3= 50 50/52
Material g N aN
? dp de n Vs 2 dp de n Vf
(mm) (mm) (mm) (minT) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
~150 | 2 <0.2 | 4140 | 4350 | ~150 | 2 <0.2 | 4,140 | 4,970
cx75 | 200 2 <0.2 | 4140 | 4350 | 200 | 2 <0.2 | 4,140 | 4,970
Cabonsteel | (uco1s)| 250 | 2 | <0.2 | 4140 | 4350 | 250 | 2 | <0.2 | 4140 | 4970
below250H8 | (DH102) | 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 1.5 | <0.2 | 2,860 | 2,400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Tool & die steel | CX75 | 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(SKD61, SKD11) (JC8015) 250 2 <0.2 | 2,860 | 3,000 250 2 <0.2 | 2,860 | 3,430
e (DH102) [ 300 | 1.5 | <0.2 | 2,860 | 2,400 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 1.5 | <02 | 2,860 | 2,400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Mold steel | cgg1s | 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(HPM7, PX5, P20) (DH102) 250 2 <0.2 | 2,860 | 3,000 250 2 <0.2 | 2,860 | 3,430
3036 HRC 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 1.5 | <0.2 | 2,860 | 2,400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 2,550 | 2,140 | ~150 | 2 <0.2 | 2,550 | 2,450
200 | 2 <0.2 | 2,550 | 2140 | 200 | 2 <0.2 | 2,550 | 2,450
o CETee ooy | 250 |2 | <02 | 2550 | 2,140 | 250 | 2 | <0.2 | 2550 | 2,450
38-43HRC 300 | 1.5 | <02 | 2230 | 1,560 | 300 | 1.5 | <0.2 | 2,230 | 1,780
350 | 1.5 | <02 | 2230 | 1,560 | 350 | 1.5 | <0.2 | 2,230 | 1,780
~150 | 1.5 | <0.2 | 1,270 | 890 | ~150 | 1.5 | <0.2 | 1,270 | 1,020
Hardened die | jcgoqs | 200 | 1.5 | <0.2 | 1,270 | 890 | 200 | 15 | <02 | 1,270 | 1,020
(sxosft§fc| on | o) |20 | 1.5 1 <02 [ 1270 [ 890 | 250 | 15 | <02 | 1270 | 1020
P USOHEC 300 | 1.2 | <02 | 1,80 | 600 | 300 | 1.2 | <0.2 | 1,080 | 690
350 | 1.2 | <02 | 1,080 | 600 | 350 | 1.2 | <0.2 | 1,080 | 690
~150 | 1.5 | <0.2 | 1,150 | 810 | ~150 | 1.5 | <0.2 | 1,150 | 930
Hardened die 200 | 1.5 | <02 | 1,150 | 810 | 200 | 1.5 | <0.2 | 1,150 | 930
steel DH102 | 250 | 1.5 | <0.2 | 1,150 | 810 | 250 | 1.5 | <0.2 | 1,150 | 930
(SKD11,SLD,DC11) 300 | 1 <02 | 950 | 530 | 300 | 1 <02 | 950 | 610
350 | 1 <02 | 950 | 530 | 350 | 1 <02 | 950 | 610
~150 | 2 <0.2 | 3500 | 3,680 | ~150 | 2 <0.2 | 3,500 | 4,210
Gery & Nodular 1 200 | 2 <0.2 | 3,500 | 3,680 | 200 | 2 <0.2 | 3,500 | 4,210
s | iomom | 2501 2 |'<02 350 | 3680 | 250 | 2 | <02 3500 | 4210
below 300HB 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 1.5 | <0.2 | 2,860 | 2400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Stainless steel | Jcgors | 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(SUS304) (o109 | 250 | 2 <0.2 | 2,860 | 3000 | 250 | 2 <0.2 | 2,860 | 3,430
below 250H8 300 | 1.5 | <02 | 2860 | 2,400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 1.5 | <0.2 | 2,860 | 2400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <02 | 570 | 480 | ~150 | 2 <02 | 570 | 550
. 200 | 2 <02 | 570 | 480 | 200 | 2 <02 | 570 | 550
Tl | o | 250 | 2 <02 | 570 | 480 | 250 2 | <02 | 570 | 550
DH102)
300 | 1.5 | <02 | 450 | 320 | 300 | 1.5 | <02 | 450 | 370
350 | 15 | <02 | 450 | 320 | 350 | 1.5 | <02 | 450 | 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.
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@ QXP Type (YPHW-15 /-F insert) - Side finishing (4}
Tool dia.(mm)
(<5}
Material ks 6%/,\? £
o
ap de n Vi
(mm) (mm) (mm) (min) | (mm/min)
~200 2 <0.2 | 3,290 | 3,950
CX75 250 2 <0.2 | 3,290 | 3,950
Cabonsteel | (ucso1s)| 300 | 2 | <0.2 | 3,290 | 3,950
below 250HB (DH102) 350 | 1.5 <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 | 2270 | 2,720
(SKD61,SKD11) [ (JC8015) 300 | 2 <0.2 | 2,270 | 2,720
below 255HB (DH102) | 350 | 1.5 | <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2270 | 2,180
~200 2 <0.2 | 2270 | 2,720
Moldsteel | jogors | 250 | 2 <0.2 | 2,270 | 2,720
(HPM?7, PX5, P20) (DH102) 300 2 <0.2 | 2270 | 2,720
3036 HRC 350 | 1.5 | <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 | 2,020 | 1,940
250 2 <0.2 | 2,020 | 1,940
Mold steel 1 : :
Ak HMTZ) | o | 300 | 2 | <02 | 2,020 | 1940
38-43HRC 350 1.5 <0.2 | 1,770 | 1,410
400 1.5 <0.2 | 1,770 | 1,410
~200 1.5 <0.2 | 1,010 810
Hardened die JC8015 250 1.5 <0.2 1,010 810
smsﬁgg DHA) | (DH102) 300 1.5 <02 | 1,010 810
(SKDS, DAC, DHA) 350 | 1.2 | <02 | 860 | 550
400 1.2 <0.2 860 550
~200 1.5 <0.2 910 740
(SKDHstSeL%I B, DH102 300 1.5 <0.2 910 740
L 350 | 1 <0.2 | 750 | 480
400 1 <0.2 750 480
~200 2 <0.2 | 2,780 | 3,340
Gery & Nodular 108015 250 2 <0.2 | 2,780 | 3,340
cast lron 300 | 2 <0.2 | 2,780 | 3,340
(FC, FCD) (DH102)
below 300HB 350 1.5 <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2270 | 2,180
~200 2 <0.2 | 2270 | 2,720
(SUS304) 300 2 <0.2 | 2270 | 2,720
below250H8 | (DH102) =300 51~ 2052970 | 2180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 450 440
Titanium allo JC8015 250 2 <0.2 450 440
Toav) * | (prro9) |300 | 2 <0.2 | 450 | 440
350 1.5 <0.2 360 300
400 1.5 <0.2 360 300

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.
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Il Recommended cutting conditions S
@ MQX Type (YPHW-15 insert ) - Bottom finishing o
Tool dia.(mm)
o 16/17 20 20/21
Material s N 3N AN

? ap de n Vi ? ap de n Vi ? ap de n '
(mm) | (mm) | (mm) | (minT) | (mm/min) | (mm) | (mm) | (mm) | (min”) | (om/min) [ (mm) | (mm) | (mm) | (min) | (mm/min)

~70| 0.2 |8~165200|2,600 ~70| 0.2 |10~20| 4,200|3,150{ ~70| 0.2 |10~18/4,200 4,200
Carbon steel | CX75 N ~ ~ 2001 2,550
005550 |(orop)| 120| 0-2 |8~163,900 /1550 120 | 0.2 |10~20/3,200|1950| 120 | 0-2 |10~18 3200|2,
below 250HB 160 | 0.2 |8~10|3,400/1,200| 190| 0.2 |10~12(2,700|1,450| 190| 0.2 |10~12(2,700 1,900
~70| 0.2 |8~16|4,700|2,100 ~70| 0.2 |10~20 3,800|2,550{ ~70| 0.2 |10~18/3,800 3,400
Tool & die steel| cx75
(SKD61, 5K011) [ipryion| 120 | 02 |8~163,500/1,400| 120| 02 [10~20/2,900 1,750] 120 0.2 |10~18 2900] 2350
below 255HB 160 | 0.2 |8~10(3,000(1,700( 190 | 0.2 [10~12(2,450(1,300 190 | 0.2 |10~122,4501,750
Vold steel ~70| 0.2 |8~16|4,350|1,750 ~70| 0.2 |10~20 3,500|2,100{ ~70| 0.2 |10~18/3,500 2,800
old stee
(HPM7,PX5,P20) | DH102 | 120 0.2 |8~163,250|1,200 120 | 0.2 |10~20] 2,650|1,450| 120| 0.2 |10~18|2,650 1,950
30-36 HRC
160 | 0.2 |8~10(2,750| 950| 190| 0.2 |10~12/2250 1,150| 190 | 0.2 |10~12(2,250| 1,500

~70| 0.2 |8~16|4,000{ 960| ~70| 0.2 |10~20|3,200 1,150 ~70| 0.2 |10~18 3,200 1,500

—_—

e steel | DH102| 120 | 0.2 [8~16|3,000] 600| 120 | 0.2 [10~20{2,400] 720| 120 0.2 [10~18[2,400 960
38-43HRC

160| 0.2 [8~10]2,550] 500| 190| 0.2 |10~12[2,050| 600 190| 0.2 [10~12/2,050] 800

~70| 0.2 [8~16/2,000] 400| ~70] 0.2 [10~20{1,600] 480[ ~70] 0.2 [10~18]1,600] 640

Hardened die
steel DH102| 120| 0.2 |8~16(1,600| 320| 120| 0.2 |10~20|1,280| 380| 120| 0.2 [10~18/1,280| 510

(SKD61, DAC, DHA)
42:52HRC 0 - | - | - | - [19] - | - | -] - [19] - |-|- |-
, ~70| 0.2 |8~16/1,400| 200| ~70| 0.2 |10~20/1,120| 240| ~70| 0.2 |10~181,120| 320
Harde%neiidle
stee ~ ~ ~
(ko1 ey 0102|120 0.2 8~16/1,000 100 120 | 0.2 [10~20 800) 120 120| 0.2 |10~18 800 160
S562HRC 160 - | - [ - | - [190] - | - | -] - |19 - |- |-|-
~70| 0.2 |8~16|4,000|1,600| ~70| 0.2 |10~20|3,180|1,910 ~70| 0.2 |10~18|3,180 2,540
Gery & Nodular
c(ggtFlég)n DH102 | 120| 0.2 |8~16/3,000 900 120 0.2 |10~20/2,390(1,080{ 120 | 0.2 |10~18/2,390| 1,430
below 300HB 160 | 0.2 |8~10|2,600| 520 190 | 0.2 10~12/2,070| 630 190| 0.2 [10~12/2,070 830
~70| 0.2 |8~16|3,600|1,080| ~70| 0.2 |10~20|2,860|1,290 ~70| 0.2 |10~18|2,3860 1,720
Stainless steel
(Sus304)  [JC8015( 120 | 0.2 |8~16{2,600| 620 120 | 0.2 [10~20/2,070| 750 120 | 0.2 |10~18 2,070| 1,000
below 250HB  |(DH102)
160 | 0.2 |8~10|2,000{ 400( 190 | 0.2 [10~12/1,590| 480 190| 0.2 [10~12/1,590| 640
~70| 0.2 |8~16/1,000{ 300| ~70| 0.2 [10~20] 800| 360 ~70| 0.2 [10~18/ 800 480
Titanium alloy | pu1o2 | 120 | 0.2 |8~16| 600] 120 120| 0.2 10~20 480| 150| 120| 0.2 [10~18] 480 200

160 0.2 |8~10| 600 120| 190| 0.2 [10~12| 480, 150 190 | 0.2 |10~12 480| 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 rpm and keep feed per tooth.

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

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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@ MQX Type (YPHW-15 insert ) - Bottom finishing
(4]
Tool dia.(mm)
S 25/26 25/26/28
Material g AN 5N
? ap de n Vi ? ap de n Vi
(mm) (mm) (mm) (min’) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~90 0.2 12.5~25| 3,400 3,400 ~90 0.2 12.5~22 | 3,400 4,250

Carbon steel | CX75 [ 149 0.2 |125~25| 2500 | 2,000 140 0.2 |12.5~22| 2,500 | 2,500

(S50C, S55C)  |(DH102)
below 250HB 210 0.2 |12.5~15| 2,200 | 1,550 210 02 |12.5~15| 2200 | 1,900
~90 02 |12.5~25| 3,050 | 2,750 ~90 0.2 |12.5~22| 3,050 | 3,400
Tool & die steel[ cx75
(SK061,5011) |(p11102) 140 02 |12.5~25| 2,250 | 1,800 140 0.2 |12.5~22| 2250 | 2,250
below 255HB 210 | 02 |125~15| 2000 | 1,400 | 210 | 02 |125~15| 2000 | 1,750
~90 0.2 |125~25| 2,800 | 2,250 ~90 02 |12.5~22| 2,800 | 2,800
Mold steel

(HPM7, PX5, P20) | DH102 140 0.2 12.5~25| 2,100 1,500 140 0.2 12.5~22 | 2,100 1,900
30-36 HRC

210 0.2 12.5~15| 1,800 1,200 210 0.2 12.5~15| 1,800 1,500

~90 0.2 12.5~25| 2,550 1,250 ~90 0.2 12.5~22 | 2,550 1,500

(NA'\,fgﬁ',ﬂF?ht,ﬁﬁ!m DH102| 140 | 02 |12.5~25| 1,900 750 | 140 | 02 |12.5~22| 1,900 950
38-43HRC
210 | 02 |125~15| 1,650 650 | 210 | 02 [125~15| 1,650 850
_ ~90 | 02 [12.5~25] 1,270 510 | ~90 | 02 [125~22] 1,270 640
Hardened die

steel DH102 140 0.2 12.5~25| 1,020 410 140 0.2 12.5~22 | 1,020 510
(SKD61, DAC, DHA)

42-52HRC 210 - - - - 210 - - - -

. ~90 0.2 12.5~25 890 250 ~00 0.2 12.5~22 890 310
Hardened die

steel N .
(SKD11,5LD,DC11) DH102 140 0.2 |12.5~25 640 130 140 0.2 |12.5~22 640 160

55-62HRC 210 — - - — 210 _ — — -
~90 0.2 12.5~25| 2,550 2,040 ~90 0.2 12.5~22 | 2,550 2,550
Gery & Nodular
C(ECS;tFI(I:'g)n DH102 140 0.2 12.5~25| 1,910 1,150 140 0.2 12.5~22 | 1,910 1,440
below 300HB 210 0.2 12.5~15| 1,660 660 210 0.2 12.5~15| 1,660 820
~90 0.2 12.5~25| 2,290 1,370 ~90 0.2 12.5~22 | 2,290 1,710

Stainless steel
(SUS304) JC8015 140 0.2 12.5~25| 1,660 800 140 0.2 12.5~22 | 1,660 1,000

below 250HB  |(DH102)

210 | 02 |125415| 1270 | 510 | 210 | 02 |125~15| 1270 | 640
~90 | 02 |125-25| 640 | 380 | ~90 | 02 |12.5-22| 640 | 480
Tianumalloy | puioa | 140 | 02 |125~25| 380 | 150 | 140 | 02 |125~22| 380 | 190
210 | 02 |125~15| 380 | 150 | 210 | 02 |125~15| 380 | 190

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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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Il Recommended cutting conditions 2

@ MQX Type (YPHW-15 insert ) - Bottom finishing

(4
Tool dia.(mm)
g 30/32/35 32/35
Material g 5N 6N
? ap de n Vi [} dp de n Vi
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min") (mm/min)

~100 | 02 | 16~32 | 2650 | 3,300 | ~100 | 0.2 | 16~30 | 2,650 | 3,950
Carbon steel | CX75 N N
Ay | oy 150 | 0.2 | 16~32 | 2,650 | 3,300 150 | 0.2 | 16~30 | 2,650 | 3,950
below 250HB 210 | 0.2 | 16~32 | 2,000 | 2,000 210 | 0.2 | 16~30 | 2,000 | 2,400
~100 | 02 | 16~32 | 2,400 | 2700 | ~100 | 0.2 | 16~30 | 2,400 | 3,200
Tool & die steell cx75
(SKD61,SKDI1) | (1410%) 150 | 0.2 | 16~32 | 2400 | 2,700 150 | 0.2 | 16~30 | 2,400 | 3,200
below 255HB 210 | 02 | 16~32 | 1,800 | 1,800 | 210 | 02 | 16~30 | 1800 | 2,150
Vold steel ~100 | 02 | 16~32 | 2200 | 2200 | ~100 | 0.2 | 16~30 | 27200 | 2,600
old stee
(Hp%7épxs,gz()) DH102 150 | 0.2 | 16~32 | 2,200 | 2,200 150 | 0.2 | 16~30 | 2200 | 2,600
-36 HR
210 | 02 | 16~32 | 1,650 | 1,500 210 | 02 | 16~30 | 1,650 | 1,800

~100 0.2 16~32 2,000 1,200 ~100 0.2 16~30 2,000 | 1,450

—

—

(NAI\éls%l,ﬂps&?ﬁ!m) DH102 150 | 0.2 | 16~32 | 2,000 | 1,200 150 | 0.2 | 16~30 | 2,000 | 1,450
38-43HRC

210 | 02 | 16~32 | 1,500 | 750 [ 210 | 0.2 | 16~30 | 1500 | 900

Hardened die ~100 0.2 16~32 | 1,000 500 ~100 | 0.2 | 16~30 | 1,000 600

steel DH102 150 0.2 16~32 | 1,000 500 150 0.2 16~30 1,000 600
(SKD61, DAC, DHA)

42-52HRC 210 0.2 16~20 800 400 210 0.2 16~20 800 480
: ~100 0.2 16~32 700 250 | ~100 | 0.2 | 16~30 700 300
Hard(%neij die
Slee o ~
(SKD11.SLD, DC11) DH102 150 0.2 16~32 700 250 150 0.2 16~30 700 300
S5B2HRC 210 | 02 | 16~20 500 130 210 | 02 | 16~20 500 | 160

~100 0.2 16~32 1,990 1,990 ~100 0.2 16~30 1,990 2,390
Gery & Nodular
(:(?(S:tFlég)r] DH102 150 0.2 16~32 1,990 1,990 150 0.2 16~30 1,990 2,390
below 300HB 210 0.2 16~32 1,490 1,120 210 0.2 16~30 1,490 1,340
~100 0.2 16~32 1,790 1,340 ~100 0.2 16~30 1,790 1,610
Stainless steel
(SUS304) JC8015 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610
below 250HB  |(DH102)
210 0.2 16~32 1,290 770 210 0.2 16~30 1,290 920
~100 0.2 16~32 500 380 ~100 0.2 16~30 500 460
Tianumalloy | pygop | 150 | 02 | 16~32 | 500 | 380 | 150 | 0.2 | 16~30 | 500 | 460

210 0.2 16~20 300 150 210 0.2 16~20 300 180

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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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@ MQX Type (YPHW-15 insert ) - Bottom finishing
(4]
Tool dia.(mm)
o 40/42 40
i ©
Material s 6N 7N
{ ap de n Vit ? ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
~100 0.2 20~40 2,100 3,150 ~100 0.2 20~38 2,100 3,650
Carbon steel | CX75 N N
(S50C,S550) | (DH102) 150 0.2 20~40 2,100 3,150 150 0.2 20~38 2,100 3,650
below 250H8 210 | 0.2 | 20~40 | 1,570 | 1,900 210 | 0.2 | 20~38 | 1,570 | 2,200
~100 0.2 20~40 1,890 2,850 ~100 0.2 20~38 1,890 3,300
Tool & die steel| cx75
(SKD61, SK01T) | oratop)| 10 | 02 | 20~40 | 1,890 | 2850 150 | 02 | 20~38 | 1,890 | 3,300
below 255HB 210 | 02 | 20~40 | 1,410 | 1,700 210 | 02 | 20~38 | 1410 | 2,000
~100 0.2 20~40 1,750 2,100 ~100 0.2 20~38 1,750 2,450
Mold steel
(HPM7, PX5, P20) | DH102 150 0.2 20~40 1,750 2,100 150 0.2 20~38 1,750 2,450
30-36 HRC
210 0.2 20~40 1,300 1,400 210 0.2 20~38 1,300 1,650
~100 0.2 20~40 1,600 1,150 ~100 0.2 20~38 1,600 1,350
Mold steel
(NAK80,HPM1,P21)| DH102 150 | 0.2 | 20~40 | 1,600 | 1,150 150 | 0.2 | 20~38 | 1,600 | 1,350
38-43HRC
210 0.2 20~40 1,200 720 210 0.2 20~38 1,200 840
. ~100 0.2 20~40 800 480 ~100 0.2 20~38 800 560
Hardened die
steel DH102 150 0.2 20~40 800 480 150 0.2 20~38 800 560
(SKD61, DAC, DHA)
42-52HRC 210 0.2 20~40 640 380 210 0.2 20~38 640 440
. ~100 0.2 20~40 560 240 ~100 0.2 20~38 560 280
Hardg{ne? die
Slee ~ ~
(SKD11.SLD,DC11) DH102 150 0.2 20~40 560 240 150 0.2 20~38 560 280
S5-62HRC 210 0.2 20~40 400 120 210 0.2 20~38 400 140
~100 0.2 20~40 1,590 1,910 ~100 0.2 20~38 1,590 2,230
Gery & Nodular
czeFlgtFlég)n DH102 150 0.2 20~40 1,590 1,910 150 0.2 20~38 1,590 2,230
below 300HB 210 0.2 20~40 1,190 1,070 210 0.2 20~38 1,190 1,250
~100 0.2 20~40 1,430 1,290 ~100 0.2 20~38 1,430 1,500
Stainless steel
(SUS304) JC8015 150 0.2 20~40 1,430 1,290 150 0.2 20~38 1,430 1,500
below 250HB  [(DH102)
210 0.2 20~40 1,030 740 210 0.2 20~38 1,030 870
~100 0.2 20~40 400 360 ~100 0.2 20~38 400 420
Tianiumalloy | pyyop | 150 | 02 | 20~40 | 400 | 360 | 150 | 0.2 | 20~38 | 400 | 420
210 0.2 20~40 240 140 210 0.2 20~38 240 170

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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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@ QXP Type (YPHW-15 insert ) - Bottom finishing 0
Tool dia.(mm)
. S 40
Material g 6N N
(] dp de n Vs dp de n Vit
(mm) (mm) (mm) (min?) | (mm/min) [ (mm) (mm) (mm) (minT) | (mm/min)
~150 0.2 20~40 | 2,100 | 3,150 ~150 8% 20~38 %188 3,680
200 0.2 20~40 | 2,100 | 3,150 200 . 20~38 , 3,680
Caponsteel | omvey | 250 | 02 | 20~40 | 1570 | 1,890 | 250 | 0.2 | 20~38 | 1570 | 2200
below 250HB 300 0.2 20~22 | 1,360 | 1,640 300 0.2 20~22 | 1,360 | 1,900
350 - - - - 350 - - - -
~150 0.2 20~40 | 1,890 | 2,830 ~150 0.2 20~38 lggg 3,300
g 200 0.2 20~40 | 1,890 | 2,830 200 0.2 20~38 , 3,300
o die steel | oy | 250 | 02 | 20~40 | 1410 | 1,700 | 250 | 0.2 | 20~38 | 1470 | 1980
below 255HB 300 0.2 20~22 | 1,220 | 1,470 300 0.2 20~22 | 1,220 | 1,710
350 - = S = 350 - = = =
~150 0.2 20~40 | 1,750 | 2,100 ~150 0.2 20~38 | 1,750 | 2,450
Mold steel 200 0.2 20~40 | 1,750 | 2,100 200 0.2 20~38 | 1,750 | 2,450
(HPM7PYs p20) | DH102 | 250 | 0.2 [ 20~40 | 1,300 | 1,400 | 250 [ 0.2 [20~38 | 1,300 | 1,650
30-36 HRC 300 0.2 20~22 | 1,150 | 1,150 300 0.2 20~22 | 1,750 | 1,350
350 - - - - 350 - - - -
~150 | 0.2 | 20~40 | 1,600 | 1,150 | ~150 | 0.2 | 20~38 | 1,600 | 1350
Mold steel 200 | 0.2 | 20~40 | 1,600 | 1,50 | 200 | 0.2 |20~38 | 1,600 | 1,350
(NAK80,HPM1,P21) DH102 250 0.2 20~40 1,200 720 250 0.2 20~38 1,200 840
38-43HRC 300 0.2 20~22 | 1,050 630 300 0.2 20~22 | 1,050 740
350 - = = = 350 = = = =
~150 | 0.2 | 20~40 | 800 | 480 | ~150 | 0.2 | 20~38 | 800 | 560
Hardened die 200 0.2 20~40 800 480 200 0.2 20~38 800 560
steel DH102 250 0.2 20~40 640 380 250 0.2 20~38 640 440
(SKDET, DAC, DHA) 300 | 0.2 | 20~22 | 400 | 120 | 300 | 0.2 [20~22 | 400 | 140
350 - - - - 350 - - - -
~150 0.2 20~40 560 240 ~150 0.2 20~38 560 280
Hardened die 200 0.2 20~40 560 240 200 0.2 20~38 560 280
o1 1stSeL%| ocrpy | DH102 250 | 0.2 | 20~40 | 400 | 120 250 | 0.2 | 20~38 | 400 | 140
(KD11,SLD.DCT1) 300 | 0.2 | 20~22 | 400 | 120 | 300 | 0.2 | 20~22| 400 | 140
350 - = = 5 350 - = = -
~150 | 0.2 [20~40 | 1,590 | 1910 | ~150 | 0.2 [ 20~38 [ 1,590 | 2,230
Gery & Nodular 200 0.2 20~40 | 1,590 | 1,910 200 0.2 20~38 | 1,590 | 2,230
Castiron DH102 250 0.2 20~40 | 1,190 | 1,070 250 0.2 20~38 | 1,190 | 1,250
borG,ECD) 300 | 0.2 | 20~22 | 1,030 | 620 | 300 | 0.2 | 20~22 | 1,030 | 720
elow 300HB 350 - - X = 350 - - e £
~150 0.2 20~40 | 1,430 | 1,290 ~150 0.2 20~38 1 1,430 | 1,500
Stainless steel 200 | 0.2 | 20~40 | 1,430 | 1,290 | 200 | 0.2 | 20~38 | 1,430 | 1,500
(SUS304) JC8015 250 0.2 20~40 | 1,030 740 250 0.2 20~38 | 1,030 870
below250HB | (DH102) ™300 | 0.2 | 20~22 | 800 | 480 | 300 | 0.2 |20~22 | 800 | 560
350 - = - - 350 - = = =
~150 0.2 | 20~40 400 360 | ~150 0.2 | 20~38 400 420
o 200 0.2 20~40 400 360 200 0.2 20~38 400 420
Titanium alloy | py102 250 | 0.2 | 20~40 | 240 | 140 250 | 0.2 | 20~22 | 240 | 160
(TroAR4V) 300 | 0.2 | 20~22 | 240 | 140 | 300| 0.2 | 20~22 | 240 | 160
350 - - - - 350 - - - -
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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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w ‘ QM MAX MQX/QXP Type \
<
-
= Il Recommended cutting conditions
@ QXP Type (YPHW-15 insert ) - Bottom finishing (4)
Tool dia.(mm)
. = 50 50/52
Material g IN aN
dp de n Vit ? ap de n \
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)

~150 | 0.2 | 25~50 | 1,700 | 2,970 | ~150 | 0.2 | 25~48 | 1,700 | 3,390
Carbon steel oX75 200 | 0.2 | 25~50 | 1,700 | 2,970 200 | 0.2 | 25~48 | 1,700 | 3,390
(S50C, S550) (oH102) | 250 | 0.2 | 25~50 [ 1,700 | 2,700 250 | 0.2 | 25~48 | 1,700 | 3,080
below 250HB 300 | 0.2 | 25~50 | 1,280 | 1,790 300 | 0.2 | 25~48 | 1,280 | 2,040
350 | 0.2 | 25~28 | 1,280 | 1,790 350 | 0.2 | 25~28 | 1,280 | 2,040
~150 | 0.2 | 25~50 | 1,530 | 2,670 | ~150 | 0.2 | 25~48 | 1,530 | 3,050
Tool & diesteel | cy7s 200 | 0.2 | 25~50 | 1,530 | 2,670 200 | 0.2 | 25~48 | 1,530 | 3,050
(Skoo1,sk011) | (iaooy [ 250 [ 0.2 [ 25~50 | 1,530 | 2,430 250 | 0.2 | 25~48 | 1,530 | 2,770
ol 300 | 0.2 | 25~50 | 1,150 | 1,600 | 300 | 0.2 | 25~48 | 1,150 | 1,830
350 | 0.2 | 25~28 | 1,150 | 1,600 350 | 0.2 | 25~28 | 1,150 | 1,830
~150 | 0.2 | 25~50 | 1,400 | 1,950 | ~150 | 0.2 | 25~48 | 1,400 | 2,200

Mold steel 200 | 0.2 [ 25~50 | 1,400 | 1,950 | 200 | 0.2 [25~48 | 1,400 | 2,200
(HPM7,PX5.P20) | DH102 | 250 | 0.2 | 25~50 | 1,400 | 1,750 | 250 | 0.2 | 25~48 | 1,400 | 2,000
3036 HRC 300 | 0.2 | 25~50 | 1,050 | 1,250 | 300 | 0.2 | 25~48 | 1,050 | 1,400

350 | 0.2 | 25~28 | 1,050 | 1,250 350 | 0.2 | 25~28 | 1,050 | 1,400
~150 | 0.2 | 25~50 | 1,250 | 1,050 | ~150 | 0.2 | 25~48 | 1,250 | 1,200

Mold steel 200 | 0.2 | 25~50 | 1,250 | 1,050 200 | 0.2 | 25~48 | 1,250 | 1,200
(NAK80,HPM1,P21) DH102 250 0.2 25~50 | 1,250 880 250 0.2 25~48 | 1,250 | 1,000
38-43HRC 300 | 0.2 | 25~50 | 950 660 300 | 0.2 | 25~48| 950 750

350 | 0.2 | 25~28 950 660 350 | 0.2 | 25~28 950 750
~150 | 0.2 | 25~50 510 360 | ~150 | 0.2 | 25~48 510 410

Hardened die 200 | 0.2 | 25~50 | 510 | 360 | 200 | 0.2 | 25~48 | 510 | 410
(K061 e, oy | DH102 | 250 [ 02 | 25~50 | 510 | 340 | 250 | 0.2 | 25~48 | 510 | 390
12°52HRC 300 | 0.2 | 25~50 | 380 | 270 | 300 | 0.2 | 25~48 | 380 | 310

350 | 0.2 | 25~28 380 270 350 | 0.2 | 25~28 380 310
~150 | 0.2 | 25~50 380 190 | ~150 | 0.2 | 25~48 380 220

Hardened die 200 | 0.2 | 25~50 | 380 | 190 | 200 | 0.2 | 25~48 | 380 | 220
oS ey | DH102 | 250 [ 0.2 [25~50 | 380 | 160 | 250 | 0.2 | 25~48 | 380 | 180
55-62HRC 300 | 0.2 |25~50 | 320 | 130 | 300 | 0.2 |25~48 | 320 | 150

350 | 0.2 | 25~28 320 130 350 | 0.2 | 25~28 320 150
~150 | 0.2 | 25~50 | 1,270 | 1,780 | ~150 | 0.2 | 25~48 | 1,270 | 2,030

Gery & Nodular 200 | 0.2 | 25~50 | 1,270 | 1,780 | 200 | 0.2 | 25~48 | 1270 | 2,030
Castiron DH102 | 250 | 0.2 | 25~50 | 1,270 | 1,560 | 250 | 0.2 | 25~48 | 1,270 | 1,780
below 300HB 300 | 0.2 |25~50 | 950 | 1,000 | 300 | 0.2 | 25~48 | 950 | 1,140

350 | 0.2 | 25~28 | 950 | 1,000 | 350 | 0.2 | 25~28 | 950 | 1140
<150 | 0.2 | 25~50 | 7150 | 1210 | ~150 | 0.2 | 25~48 | 7.150 | 1380
- 200 | 0.2 | 25~50 | 1150 | 1210 | 200 | 0.2 | 25~48 | 1150 | 1.380
Staipless steel | Jcaors [ 250 | 0.2 | 25~50 | 1150 | 1090 | 250 | 0.2 | 25~48 | 1150 | 1250
below250H8 | (DH102) ™300 02 | 25~50 | 830 | 700 | 300 | 0.2 | 25~48 | 830 | 800
350 | 0.2 | 25~28 | 830 | 700 | 350 | 0.2 | 25~28 | 830 | 800
~150 | 0.2 | 25~50 | 320 | 340 | ~150 | 0.2 | 25-48 | 320 | 390
200 | 0.2 | 25~50 | 320 | 340 | 200 | 0.2 | 25~48 | 320 | 390
Titaniumalloy | py1op [ 250 | 0.2 | 25~50 | 320 | 300 | 250 | 0.2 | 25-48 | 320 | 340

300 | 0.2 | 25~50 | 190 | 160 | 300 | 0.2 | 25~48 | 190 | 180
350 | 0.2 | 25~28 | 190 | 160 | 350 | 0.2 | 25~28 | 190 | 180

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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
168 Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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M Recommended cutting conditions =
@ QXP Type (YPHW-15 insert ) - Bottom finishing (4)
Tool dia.(mm)
(<5}
Material 3 6%/,\? 6
&
? ap de n Vit
(mm) (mm) (mm) (min?) | (mm/min)

~200 | 0.2 |31~63 | 1,350 | 2,700
Carbon steel CX75 250 0.2 31~63 1,350 2,700
(S50C, S55C) (oH102) | 300 | 02 [31~63 | 1,350 | 2,450
below 250H8 350 | 0.2 | 31~63 | 1,020 | 1,630
400 | 0.2 [31~35] 1,020 | 1,630
~200 | 0.2 | 31~63 | 1,210 | 2,420
Tool & die steel CX75 250 0.2 31~63 | 1,210 2,420
(Skoor,sko1) | oy | 300 [ 0.2 | 31~63 | 1,210 | 2,190
LT 350 | 0.2 | 31~63| 910 | 1,450
400 | 0.2 [31~35| 910 | 1,450
~200 | 0.2 | 31~63 | 1,110 | 1,750

Mold steel 250 | 0.2 | 31~63 | 1110 | 1.750
(HPM7,PX5,P20) | DH102 | 300 | 0.2 | 31~63 | 1110 | 1,580
3036 HRC 350 | 0.2 | 31~63 | 830 | 1,110

400 | 0.2 | 31~35 830 | 1,110
~200 | 0.2 | 31~63 | 1,000 960

(NAK80,HPM1,P21) | DH102 300 0.2 | 31~63 | 1,000 800
HESLIRG 350 | 0.2 |31~63 | 750 590

400 | 0.2 | 31~35 750 590
~200 | 0.2 | 31~63 400 320

Hardeneij die 250 | 0.2 | 31~63 400 320
(K061 e, oy | DH102 | 300 | 0.2 [ 31~63 | 400 | 300
42'52HRC 350 | 0.2 [31~63 | 300 | 250

400 | 0.2 | 31~35 300 250
~200 | 0.2 | 31~63 300 170

Hardenefi die 250 0.2 31~63 300 170
stee DH102 300 0.2 31~63 300 140
L 350 | 0.2 | 31~63 | 250 | 120

400 | 0.2 | 31~35 250 120
~200 | 0.2 | 31~63 | 1,000 | 1,600

Gery & Nodular 250 0.2 31~63 | 1,000 | 1,600
C(ES F'ég)n DH102 300 0.2 | 31~63 | 1,000 | 1,400
below 300HB 350 0.2 31~63 750 900

400 | 0.2 | 31~35| 750 | 900
~200 | 02 | 31~63 | 910 | 1,090
- 250 | 0.2 | 31~63 | 910 | 1,090
Stainless steel | o015 [ 300 | 02 | 31~63 | 910 | 990
below250h8 | (DH102) ™380 02 | 31~63 | 660 | 640
400 | 0.2 | 31~35| 660 | 640
~200 | 0.2 | 31~63 | 250 | 300
250 | 0.2 | 31~63 | 250 | 300
Tianiumalloy | pu1o2 | 300 | 02 | 31~63 | 250 | 270

350 | 0.2 | 31~63 | 150 | 140
400 | 0.2 | 31~35| 150 | 140

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. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.
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L M MAX MQX/QXP Type
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=
= B Recommended cutting conditions
@ MQX Type (YPHW100320ZER-24 ) - Contour milling
(5]
Tool dia.(mm)
16/17
>
Material © 2N
(&a)
{ dp de n \'i
(mm) (mm) (mm) (min?) | (mm/min)
~70 0.4 <7 4,400 2,200
Mold steel | JC8015
(NAKBO, HPM1, P21)| (DH102) 120 0.3 <7 4,400 2,200
38-43HRC 160 | 0.2 <7 | 4400 | 2200
Hardq[neld e Leauts ~70 0.25 <7 3,200 1,600
stee
(SKD61, DAC, DHA) | (DH102) 120 0.2 <7 3,200 1,600
42-52HRC 160 _ - - -
Hardg{neld die ~70 0.2 <6 2,000 800
stee
(SKD11, SLD,DC11) DH102 120 0.15 <6 2,000 800
55-62HRC 160 _ _ _ _
Tool dia.(mm)
© 20 20/21
Material | & 3N 4N
(&)
? ap de n \'%i ? ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
Mold steel [JC8015
(NAKB0, HPMT, P21)| (DH102) 120 0.3 <9 3,500 2,600 120 0.3 <9 3,500 3,500
38-43HRC 190 | 0.2 <9 3,500 | 2,600 190 | 0.2 <9 3,500 | 3,500
. ~70 0.25 <9 2,550 1,900 ~70 0.25 <9 2,550 2,550
Hardg[nefi die JC8015
stee
(SKD61. DAC, DHA)| (DH102) 120 0.2 <9 2,550 1,900 120 0.2 <9 2,550 2,550
42-52HRC 190 _ _ _ _ 190 _ _ _ _
. ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
Hardq[neij die
stee
(SKDT1. SLD, DC11) DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
55-62HRC 190 _ _ _ _ 190 _ _ _ —
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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\ QM MAX MQX/QXP Type \ Ly
2
"
Il Recommended cutting conditions 2
@ MQX Type (YPHW100320ZER-24 ) - Contour milling 6
Tool dia.(mm)
o 25/26 25/26/28
Material ® 4N 5N
< ? ap de n Vi ? ap de n '
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)
~90 0.4 <10 2,800 2,800 ~90 0.4 <10 2,800 3,500

oold steel (Jn(ﬁfgz‘r’) 140 | 03 | <10 | 2800 | 2800 | 140 | 03 | <10 | 2,800 | 3,500

38-43HRC 210 | 0.2 <10 | 2,800 | 2,800 210 | 0.2 <10 | 2,800 | 3,500
Hardened die ~90 | 025 | <10 | 2040 | 2040 | ~90 | 025 | <10 | 2040 | 2,550
e (JD‘f_?fgzs) 140 | 02 | <10 | 2040 | 2040 | 140 | 02 | <10 | 2040 | 2,550

42-52HRC 210 _ _ _ _ 210 _ _ _ _
~90 | 0.2 <8 | 1270 | 1020 | ~90 | 0.2 <8 | 1270 | 1360

Hardenefi die

stee
(SKD11, SLD,DCT1) DH102 140 0.15 <8 1,270 1,020 140 0.15 <8 1,270 1,360

55-62HRC 210 _ - Z _ 210 _ _ _ _
Tool dia.(mm)
o 30/32/35 32/35
Material § 5N 6N
2 ap ae n Vi 0 ap ae n Ve
mm) | (mm) | (mm) | (minY) | (maymin) | (mm) | (mm) | (mm) | (min?) | (mm/min)

~100 | 0.4 <13 | 2200 | 2750 ~100 | 0.4 <13 | 2200 | 3,300

Mold steel | JC8015
AKSD v P21 (DH102) 150 | 0.3 <13 | 2200 | 2,750 150 | 0.3 <13 | 2200 | 3,300
38-43HRC 210 | 0.2 <13 | 2200 | 2,750 210 | 0.2 <13 | 2200 | 3,300
~100 | 0.25 <13 | 1,600 | 2,000 ~100 | 0.25 <13 | 1,600 | 2400
(sK061 e, ok (H102) 150 | 0.2 <13 | 1,600 | 2,000 150 | 0.2 <13 | 1,600 | 2400
42-52HRC 210 | 0.15 <13 1,600 | 2,000 210 | 0.15 <13 1,600 | 2,400
. ~100 | 0.2 <10 | 1,000 | 1,000 ~100 | 0.2 <10 | 1,000 | 1,200

Hardened die

steel DH102 150 | 0.15 <10 | 1,000 | 1,000 150 | 0.15 <10 | 1,000 | 1,200

(SKD11, SLD,DC11)
95-62HRC 210 | 0.1 <10 1,000 | 1,000 210 | 0.1 <10 1,000 | 1,200

Hardeneij die

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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S M Recommended cutting conditions
@ MQX Type (YPHW100320ZER-24 ) - Contour milling 6
Tool dia.(mm)
o 40/42 40
Material | @ 6N 7N
© ? ap de n Vi ? ap de n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)

~100 | 0.4 <17 | 1,750 | 2620 | ~100 | 0.4 <17 | 1750 | 3,060
st | 180 | 03 | <17 | 1750 | 2620 | 150 | 03 | <17 | 1750 | 3060
38-43HRC 210 | 0.2 <17 | 1750 | 2620 | 210 | 0.2 <17 | 1750 | 3,060
~100 | 025 | <17 | 1,270 | 1900 | ~100 | 025 | <17 | 1270 | 2,220

- T, (JDCI_?fJZS) 150 | 02 | <17 | 1270 | 1000 | 150 | 02 | <17 | 1270 | 2220
42:52HRC 210 | 015 | <17 | 1,270 | 1,00 210 | 015 | <17 | 1,270 | 2,220
Hardened die ~100 | 0.2 <13 800 960 | ~100 | 0.2 <13 800 | 1,120
steel DH102 | 150 0.15 <13 800 960 150 0.15 <13 800 | 1,120

(SKD11, SLD,DC11)
55-62HRC 210 | 0.1 <13 800 960 210 | 0.1 <13 800 | 1,120

Hardened die

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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Il Recommended cutting conditions =
@ QXP Type (YPHW100320ZER-24 ) - Contour milling 6
Tool dia.(mm)
9 40
Material s 6N IN
@ ? ap ae n Vs ¢ ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~100 | 0.4 <17 1,750 | 2,620 ~100 | 0.4 <17 1,750 | 3,060
168015 150 | 0.3 <17 1,750 | 2,620 150 | 0.3 <17 1,750 | 3,060
o e | o) | 200 | 02 | <17 | 1,750 | 2,620 | 200 | 02 | <17 | 1,750 | 3,060
38-43HRC 250 | 0.15 <17 1,750 | 2,620 250 | 0.15 <17 1,750 | 3,060
300 - - - - 300 - - - -
~100 | 0.25 <17 | 1,270 | 1,900 ~100 | 0.25 <17 | 1,270 | 2,220
Hardeneddie | cgoqs | 150 | 0.2 | <17 | 1270 | 1900 | 150 | 02 | <17 | 1,270 | 2,220
06 e oy | (oH102) | 200 | 015 | <17 | 1270 | 1,900 | 200 | 0.15 | <17 | 1,270 | 2,220
42-52HRC 250 | 0.1 <17 1,270 | 1,900 250 | 0.1 <17 1,270 | 2,220
300 = - = = 300 = = = =
~100 | 0.2 <13 800 960 ~100 | 0.2 <13 800 | 1,120
Hardetneld die 150 | 0.15 <13 800 960 150 | 0.15 <13 800 | 1,120
siee
o Soocryy | PH102 | 200 | 01 | <13 | 800 | 960 | 200 | 0.1 | <13 | 800 | 1,120
55-62HRC 250 - - - - 250 - - - -
300 - - - - 300 - - - -
Tool dia.(mm)
) & 50 50/52
Material o 7N 8N
© 0 ap ae n Vi 0 ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (minT) | (mm/min)

~150 | 0.4 | <21 | 1,400 | 2450 | ~150 | 0.4 | <21 | 1,400 | 2,800

Josons | 200 03 | <21 | 1,400 | 2450 | 200 | 03 | <21 | 1400 | 2800

ooy | o) | 250 | 0.2 | <21 | 1400 | 2450 | 250 | 0.2 | <21 | 1400 | 2,800

3843HRC 300 | 015 | <21 | 1,400 | 2450 | 300 | 0.15 | <21 | 1,400 | 2,800
350 | - - - - | 0] - - - -

~150 | 0.25 | <21 | 1,020 | 1,780 | ~150 | 0.25 | <21 | 1,020 | 2,040

Hardened die | Jogors | 200 | 02 | <21 | 1,020 | 1,780 | 200 02 | <21 | 1,020 | 2040

steel 250 | 0.15 <21 1,020 | 1,780 250 | 0.15 <21 1,020 | 2,040
(K61, DAC, DHA) | (DH102)

42-52HRC 300 | 0.1 <21 | 1,020 | 1,780 300 | 0.1 <21 | 1,020 | 2,040
350 | - - - - 350 | - - - -
~150 | 0.2 | <17 | 640 | 900 | ~150 | 0.2 | <17 | 640 | 1,030
Hardened die 200 | 015 | <17 | 640 | 900 | 200 | 015 | <17 | 640 | 1,030
(SKmf;tgL%,DCm DH102 | 250 | 0.1 <17 | 640 | 900 | 250 | 0.1 <17 640 | 1,030
55-62HRC 300 - - - - 300 - - - -
350 | - - a - 350 | - - - -

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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@ QXP Type (YPHW100320ZER-24 ) - Contour milling 5)
Tool dia.(mm)
© 63/66
Material B 8N
© ap ae n vt
(mm) (mm) (mm) (min?) | (mm/min)

~150 | 0.4 <26 | 1,110 | 2,220
Mold steel LC8015 200 | 0.4 <26 | 1,110 | 2,220
(NAKBO,HPM1,P21) (DH102) 250 03 <26 1,110 2,220
38-43HRC 300 | 0.2 <26 | 1,110 | 2,220
350 | 0.15 | <26 | 1,110 | 2,220
~150 | 0.25 | <26 810 | 1,620
Hardeneﬂ die | caots 200 | 0.25 | <26 810 | 1,620
(SKnﬁgtgfcl o) | (DH102) 250 | 0.2 <26 810 | 1,620
42-52HRC 300 | 0.15 <26 810 | 1,620
350 | 0.1 <26 810 | 1,620

~150 | 0.2 <21 500 800

HardeneF die 200 | 0.2 <21 500 800
s sooc | DH102 [ 250 | 015 | <21 | 500 | 800
55-62HRC 300 | 0.1 <21 500 800
350 - - - -
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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