Tooling by DIJET
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Dimensions (mm) Parts
Cat.No. f‘é Inserts Fig.
S| ghg | N | 2 | L | gb1| 8 | 6k | ¢Ds | Screws Wrench
RNMS-060015U-S06C ® 15| 60 RNM-060...; HRM-060...;
RNMM-060030U-506C_ | ® | ° | [0 so| > | | | O |FOWA00SH] ACE FRMI060... )
RNMS-00880000200U-880088% : 20| 70 76 0 ANVLO80...
RNMM- 40U- 40| 90 o
RNMM-0800537-512C | ® | ° [20 | 53] 110 Jg |2 ) 12 FSW-2506H | A-07 HRE”Rfﬂsgg%% 1
RNML-080075S-S08C ([ ] 75140 | 8
RNMS-100025U-S10C ([ ] a 25| 75 95| - | - )
RNMM-100050U-S10C | @ 50 100 | 10 RNM-100...;
RNMM-100050S-S10C ® | 10 110 FSW-3007H A-08 HRM-100/110...;
RNMM-100053T-S12C | ® 22.5| 53 9.8 | 1° | 1°7"| 12 FRM-100... 1
RNML-100075S-S10C (] 75 | 140 10
§m112200003600%8§122% : ol {1 RNM-120/130..

) i 60
RNMM-1200535-S12C ° 12 53 110 s 12 | FSW-3509H A-10 HREAR:AZ%:)%'
RNML-1200955512C | ® REI ,
RNMS-160035U-S16C ° 35| 90155
RNMM-160070S-S16C | ® 70 | 140 RNM-160/170...;
RNMM-160090S-S16C ® | 16 90 | 160 15.8 16 | FSW-4013H A-15 HRM-160/170...;
RNML-160120S-S16C ([ ] 120 | 210 ' FRM-160/170...
RNML-160150S-S16C (] 150 | 220

Screw Torque (N.m)
FSW-2005H 0.5
FSW-2506H 0.9
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0




Tooling by DIJET

MIRROR Fah - AL@N®
High Precision Indexable Radius End Mi" Face Milling Shoulder Milling Copy Milling Pocket Milling JHelical Interpolation

@® Corner radius accuracy below +0.010mm

(7]
-l
o
(=]
-
V)
—
o
<g
>
Ll
=)
—

@D1

G E——

Dc

9

¢0s he

1° (RNM) J
3° (HRM/FRM) I 2

.

Fig 2
Dimensions (mm) Parts
Cat.No. 8 Inserts Fig.
& | gbe {7 L D1 ¢Ds Screws Wrench
RNMS-200040U-S20C o 40 | 105 | 19.5
RNMM-200075S-S20C ([ 75 | 141 RNM-200/210....
RNMM-200105S-S20C ® | 20 105 180 19.8 20 FSW-5016H A-20W HRM-200/220...,
RNML-200150S-S20C (] 150 | 220 ’ FRM-200/210...
RNML-200170S-S20C (] 170 | 250 )
RNMM-250090S-S25C o 90 | 166 RNM-250/260..
RNMM-250140S-S25C o 25 140 220 | 24.8 25 FSW-6020 A-30 FR—M-ZQO o
RNML-250190S-S25C o 190 | 260
RNMM-300106S-S32C ® | 30 29.8 RNM-300...;
RNMM-3201065-532C | @ | 32 | '00 | 186 /yg| 32 |FSWB025S | A30 FRM-300..
Screw Torque (N.m)
FSW-5016H | 4.0
FSW-6020 5.0
FSW-8025S 6.0
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l Modular Head Type ‘ (f;’
@ High Precision Indexable Radius End Mill ) 2 4
Face Milling Shoulder Milling Copy Milling Packet Milling JHelical Interpolatio

@ RNM / Corner radius accuracy below £0.010mm
@ HRM / Corner radius accuracy 0.015 mm

OF

[

RM / Corner radius accuracy £0.010 mm
0.D. run out / MRX + MSN carbide shank below +0.015mm

MD
- ""- -n-n\.mi e
l""“lHl'.l g ¥j‘ g
1° (RNM)
3° (HRM/FRM)
Dimensions (mm) Parts
Cat.No. 38 Inserts
2 O Lf Db MD C w Screws Wrench
RNM-100...;
MRX-100-M6 ® 10 18 9.7 M6 FSW-3007H A-08 HRM-100/110...;
FRM-100...
6.5 8
RNM-120/130...;
MRX-120-M6 [} 12 20 11.5 M6 FSW-3509H A-10 HRM-120/130...;
FRM-120...
RNM-160/170...;
MRX-160-M8 [ J 16 23 15 M8 12 FSW-4013H A-15 HRM-160/170...,
o FRM-160/170...
RNM-200/210...;
MRX-200-M10 [ J 20 30 18.5 M10 14 FSW-5016H | A-20W HRM-200/220...,
FRM-200/210...
MRX-250-M12 ®| 25 | 35 | 24 [ M12 | 10 | 17 | FSW-6020 | A-30 RNM-250/260...
FRM-250...
RNM-300...;
MRX-300-M16 ® 30 29 M16 FRM-300...
43 12.5 22 | FSW-8025S A-30
RNM-320...;
MRX-320-M16 ®| 32 30 M16 FRM-320...
Screw Torque (N.m)
FSW-3007H 1.2
FSW-3509H 2.0
FSW-4013H 3.0
FSW-5016H 4.0
FSW-6020 5.0
[ ] SPanner FSW-8025S 6.0
Cat.No. MD Torque width across flat Thickness Length
% DS-08 M6 8.0N.m 12 4 85
DS-12 M8 16 N.m 12 4 93
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‘ MIRROR RADIUS RNM‘MRX Tne \

@ RNM Type - Neutral geometry (for finishing applications)
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T radius accuracy

Corner rad
+0.010 mm
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== === Below (R0.1)
PVD coating ng%r;d Uncoated Dimensions (mm)
Cat.No DH103 | JC8015 KT9
@05) | (z10~20) [I€10000| 100 RE| L | w1 | S C
RNM-060-R03 o ° 0.3
RNM-060-R05 o ° 0.5 & 6 9 9
RNM-060-R10 D D 1
RNM-080-R03 D D @ 0.3
RNM-080-R05 ® D ° © 0.5 7 8 | 24 | 27
RNM-080-R10 D D 0 0 1
RNM-100-R0 ° X
RNM-100-R03 o o o 0.3
RNM-100-R05 o o o @ 0.5
RNM-100-R10 ° ° o o 1] 85| 10 | 26 | 33
RNM-100-R15 D o 1.5
RNM-100-R20 D D © 2
RNM-120-R0 ° %
RNM-120-R03 ® ® ® |03
RNM-120-R05 ® ° o o 0.5
RNM-120-R10 o ® ® 0 1] 10 | 12 3 4
RNM-120-R15 ° ° o 1.5
RNM-120-R20 ® ® @ 2
RNM-130-R03 D 0.3
RNM-130-R05 ® 0.5
RNM-130-R10 ° 1110 | 13 3 4
RNM-130-R20 ° 2
RNM-160-R0 D %
RNM-160-R03 ° ° o 0.3
RNM-160-R05 ° ® o 0.5
RNM-160-R10 ® ° ° 1112 | 16 | 4 5.3
RNM-160-R15 ® ® © 1.5
RNM-160-R20 ® ® 0 2
RNM-170-R03 D 0.3
RNM-170-R05 ° 0.5
RNM-170-R10 ° 1112 | 17 | 4 5.3
RNM-170-R20 ® 2
RNM-200-R0 D X
RNM-200-R03 ® ® © 0.3
RNM-200-R05 o ® ® 05 15 | 20 5 6.7
RNM-200-R10 ® ® ° 1
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(MRRORRADIS  RNMMRXTe

Il RNM Type - Neutral geometry (for finishing applications)
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accuracy

Corner radius
+0.070 mm

® RNM-CJJI-RO
L @ ﬂ; D
Ljﬁ = Y tﬁ < &J
A | Y
S RE+0.010 \1;16 L s RE \"J(, .
= == Below (R0.1)
PVD coating [l'ggﬁ%d Uncoated Dimensions (mm)
Cat.No DH103 | JC8015 KT9
(205) | (z10~20) [JC10000| 700 [RET L | W1 S C
RNM-200-R15 [ J o ) 15
RNM-200-R20 [ J [ J [ J 2 6.7 20 15 5
RNM-200-R30 ° 3
RNM-210-R03 ° 03
RNM-210-R05 ° 05
RNM-210-R10 ° 167 21 ] 15 5
RNM-210-R20 ° ’
RNM-250-R0 [ ¥
RNM-250-R03 o o 0.3
RNM-250-R05 o) o 0s
RNM-250-R10 L) [ J 1 8.3 25 | 18.5 6
RNM-250-R15 o ° 15
RNM-250-R20 [ J [ ] 2
RNM-250-R30 ° 3
RNM-260-R03 ° 03
RNM-260-R05 ° 05
RNM-260-R10 °® 1 8.3 26 | 18.5 6
RNM-260-R20 ° 2
RNM-300-R03 ® o 03
RNM-300-R05 o) o 05
RNM-300-R10 [ o 1
RNM-300-R15 ° 15 10| 80 225 7
RNM-300-R20 [ (] 2
RNM-300-R30 ° 3
RNM-320-R03 ® o 03
RNM-320-R05 o) o 05
RNM-320-R10 © ® 1
RNM-320-R15 °® 15 10.7 32 | 23.5 7
RNM-320-R20 © ® 2
RNM-320-R30 o 3
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= Il HRM Type - High feed geometry (from Semi-finishing to finishing) T

1+0.015 mm
PVD Coating Dimensions(mm)
Cat.No.
JC8015 RE L W1 S C

HRM-060-R05 [ ] 0.5
HRM-060-R10 [ ] 1 5 6 2 -
HRM-060-R15 [ ] 1.5
HRM-080-R20 [ ] 7 8 24
HRM-090-R20 [ ] 9 ’ 03
HRM-100-R20 [ ] 8.5 10 26 ’
HRM-110-R20 [ ] 2 ’ 11 ’
HRM-120-R20 [ ] 10 12 3
HRM-130-R20 [ ] 13
HRM-160-R20 o 16
HRM-160-R30 [ ] 3 12 4 0.5
HRM-170-R30 [ ] 17 ’
HRM-200-R20 [ ] 2 20
HRM-200-R30 [ ] 3 15 5
HRM-220-R30 [ ] 22

Mirror Radius Oversized Insert

Recommended to use oversized insert 3% for
increasing side clearance to prevent the damage
of shank by sticking chips.

Clearance: 0.5 mm or more requiered

Oversized Insert

(3¢) HRM-090-R20, HRM-110-R20, HRM-130-R20,
HRM-170-R30, HRM-220-R30
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w

Il FRM Type - High feed geometry (from Semi-finishing to finishing)

|US accuracy

mm

(7]
-
(=]
(=]
-
[*7]
—
o
<
>
Ll
[=)
—

Corner rad
+0.01

)

0
-0.020

=
\ e N
| % ?
s 2 I
PVD Coating Dimensions(mm) PVD Coating Dimensions(mm)
Cat.No. Cat.No.

DH102 | JC8015 | RE L W1 S © DH102 | JC8015 | RE L W1 S ©
FRM-060-R03 ® 0.3 FRM-250-R03 (] 0.3
FRM-060-R05 (] ® (05| 5 6 2 038 FRM-250-R05 (] 0.5
FRM-060-R10 (] (] 1 FRM-250-R10 (] (] 1 [185] 25| 6 |25
FRM-080-R03 (] 0.3 FRM-250-R20 ® [ J 2
FRM-080-R05 ® ® | 05| 7 8 (24112 FRM-250-R30 ® 3
FRM-080-R10 L J (] 1 FRM-300-R03 ® 0.3
FRM-100-R03 ® 0.3 FRM-300-R05 (] 0.5
FRM-100-R05 (] ® |05 a5 | 10 | 26 FRM-300-R10 (] (] 1 [225] 30
FRM-100-R10 (] { 1 ' ' FRM-300-R20 ° (] 2
FRM-100-R20 (] 2 FRM-300-R30 (] 3 7 3
FRM-120-R03 [ J 0.3 1.5 FRM-320-R03 ® 0.3
FRM-120-R05 ® ® |05 FRM-320-R05 ® 0.5
FRM-120-R10 ® (] 1 10 (12| 3 FRM-320-R10 ® ® 1 [235] 32
FRM-120-R20 (] { 2 FRM-320-R20 (] ® 2
FRM-120-R30 (] 3 FRM-320-R30 (] 3
FRM-160-R03 (] 0.3
FRM-160-R05 ® ® |05
FRM-160-R10 ® (] 1 16
FRM-160-R15 L J 1.5 12 4
FRM-160-R20 L J (] 2
FRM-160-R30 (] 3
FRM-170-R10 (] (] 1 17 )
FRM-200-R03 (] 0.3
FRM-200-R05 [ J ® |05
FRM-200-R10 ® (] 1 20
FRM-200-R15 L J 15| 15 5
FRM-200-R20 (] ° 2
FRM-200-R30 (] 3
FRM-210-R10 (] ® 1 21
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‘ MIRROR RADIUS RNM/MRX Type \

M Grade selection guide
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. RNM HRM FRM
Material Cat.No Grade
DH103 | JC8015 |JC10000f KT9 | JC8015| DH102 | JC8015
Carbon steel RNM
(S50C, S55C) HRM JC8015 ©) ©) O
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM JC8015 @ O ©
below 285HB FRM
Tool & die steel RNM
(SKD61, SKD11) HRM JCc8015 @) O @
below 255HB FRM
Mold steel RNM
(HPM7, PX5, P20) HRM JDCTO(%% O O O O
30-36 HRC FRM
Mold steel RNM DH103
NAK80, HPM1, P21 HRM O O O O
e FRM JC8015
Hardened die steel HRM DH102
SKD61, DAC, DHA O O O O
(SKDE1, DAC, DHA) FRM JC8015
Hardened die steel
(SKD11, SLD, DC11) FRM DH102 O
55:62HRC
HSS
(SKH, HAP) FRM DH102 O @)
63-70HRC
Grey cast iron RNM DH102
}(IFCZSO) HRM DH103 O O O © O
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 O O O O O
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM JC8015 O O @) O O
(SUS304, 316,317) 17Cr FRM
Ferritic & martensitic RNM
stainless stee HRM JC8015 O © @) O O
(SUS403, 420J2, 430) 13Cr FRM
Alminium alloy RNM KT9 O
(A5052)
Alminium allo
(A7075) y RNM KT9 O
Alminium allo
Si below13% y RNM KT9 @
Copper alloy
Graphite RNM JC10000 ©
Titanium allo
e ';'FBM JCso15 @) (@)
35-43HRC
Heat resistant allo
S - JC8015 o ©
35-43HRC

©:First choice O:Second choice Y« :Wet cutting % :High speed cutting
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@ Side finishing 3D T00% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 6 8 10
Material CatNo.| Grade [ a3, [ @ae | n | vi | ap | @e | n | Vi | ap | @ | n | v
(mm) | (mm) | (min™) | (mm/min) | (mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (min™) | (mm/min)
RNM
C(aSrst())g,nsgtth)‘al HRM JC8015 | 0.2 | 0.1 |15,920{3,980| 0.3 | 0.1 |11940| 2990 0.3 | 0.1 [9,550] 2,870
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM JC8015 | 0.2 | 0.1 |15920{3,980| 0.3 | 0.1 |11940| 2990 | 0.3 | 0.1 |9,550 2,870
below 285HB FRM
Tool & die steel RNM
(SKD61, SKD11) HRM JC8015 | 0.2 | 0.1 |15920{3,980| 0.3 | 0.1 |11940|2990| 0.3 | 0.1 |9,550]2,870
below 255HB FRM
RNM
(Hy,\ﬁ’;fip%?ﬁz'o) HRM JDCTO(% 02 | 0.1 [15920(3980| 0.3 | 0.1 |11940| 2990 | 0.3 | 0.1 | 9,550 | 2,870
30-36 HRC FRM
Mold steel RNM DH103
(NAK80, HPM1, P21) HRM 0.2 | 0.1 |14,850/3,710| 0.2 | 0.1 |11140|{2790| 0.3 | 0.1 |8,910 2,670
38-43HRC FRM JC8015
Hardened die steel HRM DH102
0.2 | 0.1 |13,260]1 0.2 | 0.1 |9950|1000| 0.3 | 0.1 |7,960| 800
(SKDS_,S%%JHA) FRM JC8015 3,260 1,330 1960
Hardened die steel
(SKD11, LD, DC11) FRM DH102 | 0.2 | 0.1 |10,610[1,060| 0.2 | 0.1 | 7960 | 800 | 0.3 | 0.1 |6,3370| 640
55-62HRC
HSS
(SKH, HAP) FRM DH102 0.1 0.1 {7,960 | 320 | 0.1 0.1 [ 5970 | 240 | 0.1 0.1 [4,770| 290
63-70HRC
Grey cast iron RNM DH102
(FC250) HRM DH103 0.2 | 0.1 |18,570/6,500| 0.3 | 0.1 {13930| 4880 | 0.3 | 0.15 {11,140/ 3,900
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 0.2 | 0.1 |18,570/6,500| 0.3 | 0.1 ({13930| 4880 | 0.3 | 0.15 {11,140/ 3,900
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM JC8015 | 0.2 | 0.1 [14,850{4,460| 0.3 | 0.1 [11140|3340| 0.3 | 0.1 |8,910|2,670
(SUS304, 316,317) 17Cr FRM
Ferritic & martensitic| RNM
stainless steel HRM JC8015 | 0.2 | 0.1 [14,850{4,460( 0.3 | 0.1 (11140| 3340 0.3 | 0.1 |8,910|2,670
(SUS403, 4202, 430)13Cr|  FRM
Alminium alloy
(A5052) RNM KT9 0.3 | 0.2 |18,570/7,430| 0.4 | 0.2 [13930| 5570 0.5 | 0.2 {11,140 4,460
160-260HB
Alminium allo
(A7075) y RNM KT9 0.3 | 0.2 |18,570/7,430| 0.4 | 0.2 {13930| 5570 | 0.5 | 0.2 |11,140| 4,460
160-260HB
Alminium alloy RNM KT9 | 03 | 0.2 [18570[7430| 0.4 | 0.2 |13930| 5570 | 0.5 | 0.2 [11,140| 4,460
COF(’&%(?)”OY RNM KT9 | 0.2 | 0.15 {13,260 5300 | 0.25 | 0.15 | 9950 | 3980 | 0.3 | 0.15 | 7,960 | 3,180
Graphite RNM JC10000 | 0.3 | 0.2 |18,570{7,430| 0.4 | 0.2 |13930| 5570 | 0.5 | 0.2 |11,140| 4,460
Titanium alloy HRM
(Ti-6Al-4V) JC8015 | 0.2 | 0.1 [5310(1,060] 0.2 | 0.1 |3980 | 800 | 0.25 | 0.1 |3,180| 760
35-43HRC FRM
Heatresistantalloy | jrm
(INC0718) FRM JC8015 | 0.2 | 0.1 [4240| 850 | 0.2 | 0.1 |[3180| 640 | 0.25 | 0.1 |[2550| 610
35-43HRC

Note

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

4. Use air blow. 291
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= Il Recommended cutting conditions o P
@ Side finishing ~3Dc 100% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 12/13 16/17 20/21
Material CatNo.| Grade [a, [ ae | n | v | ap | @ | n | vi | ap | @ | n | vs
(mm) | (mm) | (min™) | (mm/min) | (mm) | (mm) | (min7) | (mm/min) | (mm) | (mm) | (min™) | (mm/min)
RNM
C(%[St())g,ns?&tsg)ezl HRM JC8015 | 0.3 | 0.1 |7960{2390| 0.4 | 0.1 5970|2390 0.5 | 0.1 4,770 1,910
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM JC8015 | 0.3 | 0.1 |7960(2390| 0.4 | 0.1 5970|2390 0.5 | 0.1 {4,770 1,910
below 285HB FRM
Tool & die steel RNM
(SKD61, SKD11) HRM JC8015 | 0.3 | 0.1 {7,960|2390| 0.4 | 0.1 [5970|22390| 0.5 | 0.1 |4,770|1,910
below 255HB FRM
RNM
(Hyh?;fjpig“go) HRM JDCTO%% 03 | 0.1 |7,960/2390| 0.4 | 0.1 |5970|2390| 0.5 | 0.1 |4770(1,910
30-36 HRC FRM
Mold steel RNM DH103
(NAK80, HPM1, P21) HRM 0.3 | 0.1 |7430(2230| 04 | 0.1 [5570(1,670] 0.5 | 0.1 [4,460 1,340
38-43HRC FRM JC8015
Hardened die steel HRM DH102
03 | 0.1 660 | 0.4 | 0.1 |4970| 750 | 0.5 | 0.1 |3,980| 600
(SKDg_,SDZAH(F:z,CDHA) FRM JC8015 6,630 4,970 3,980
Hardened die steel
(SKD11, LD, DC11) FRM DH102 | 0.3 | 0.1 |5310| 530 | 0.4 | 0.1 [3,980| 600 | 0.5 | 0.1 [3,180| 480
55-62HRC
HSS
(SKH, HAP) FRM DH102 0.1 0.1 /3980 320 | 0.2 | 0.1 |2980| 300 | 0.2 | 0.1 |2390| 240
63-70HRC
Grey cast iron RNM DH102
(FC250) HRM DH103 0.3 | 0.2 |/9280(3,250| 0.4 | 0.2 [6,960|3,480( 0.5 | 0.2 |55703,340
160-260HB FRM | JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 0.3 | 0.2 |9280(3,250| 0.4 | 0.2 [6,960|3,480( 0.5 | 0.2 |55703,340
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM JC8015 | 0.3 | 0.1 |7,430(2,230( 0.4 | 0.1 [5570|2230( 0.5 | 0.1 |4,460|1,780
(SUS304, 316, 317) 17Cr FRM
Ferritic & martensitic [ RNM
stainless steel HRM JC8015 | 0.3 | 0.1 |7,430|2230| 0.4 | 0.1 |5570(2,230| 0.5 | 0.1 |4,460|1,780
(SUS403, 420J2,430)13Cr|  FRM
Alminium alloy
(A5052) RNM KT9 0.6 | 0.2 |9,280(3,710| 0.8 | 0.2 |6,960|3,500| 1 0.2 |5,570 (2,800
160-260HB
Alminium allo
(A7075) y RNM KT9 0.6 | 0.2 |9,280(3,710| 0.8 | 0.2 |6,960|3,500| 1 0.2 | 5,570 (2,800
160-260HB
Alminium alloy RNM KT9 | 0.6 | 0.2 |9,280(3,710| 0.8 | 0.2 6960|3500 1 | 0.2 |5570|2,800
Colf(’&ﬁfog)"oy RNM KT9 | 0.4 |0.15 6,630 (2650 0.5 | 0.15 4,970 2,500 0.7 | 0.15 |3,980 | 2,000
Graphite RNM JC10000( 0.6 | 0.2 [9,280(3,710| 0.8 | 0.2 |6,960|3,500| 1 0.2 |5,570 (2,800
Titanium alloy HRM
(Ti-6Al-4V) JC8015 | 0.25 | 0.1 |[2,650( 640 | 0.25 | 0.1 |1,990| 480 | 0.3 | 0.1 |[1,590| 380
35-43HRC FRM
Heatresistantalloy | rm
(INCO718) FRM JC8015 | 0.25 | 0.1 [2120| 510 | 0.25 | 0.1 |1,590| 380 | 0.3 | 0.1 |1,270| 300

35-43HRC

Note

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

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

4. Use air blow.
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Il Recommended cutting conditions gl || bl =
@ Side finishing ~3Dc 100% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 25/26 30 32
Material CatNo.| Grade [ a3, [ ae | n | vi | ap | @e | n | Vi | ap | ae | n | W
(mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (min?) | mm/min) | (mm) | (mm) | (min™) | (mm/min)
RNM
C(%gt())g’nsfs)gg;el HRM JC8015 | 0.8 | 0.1 |3,820(1,530| 1 0.1 [3,180(1,270( 1.2 | 0.1 [2,980(1,190
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM JC8015 | 0.8 | 0.1 |3,820(1,530| 1 0.1 [3,180(1,270( 1.2 | 0.1 [2,980(1,190
below 285HB FRM
Tool & die steel RNM
(SKD61, SKD11) HRM JC8015 | 0.8 | 0.1 [3,820(1,530| 1 0.1 [3,180(1,270( 1.2 | 0.1 [2,980(1,190
below 255HB FRM
RNM
(HM?{dp%?ﬁ%o) HRM JDCTO(%% 08 | 0.1 |3820(1,5%0| 1 | 01 |3180|1270| 1.2 | 0.1 |2980 1,190
30-36 HRC FRM
Mold steel RNM DH103
(NAK80, HPMT, P21) HRM 0.8 | 0.1 |3,570(1,070| 1 0.1 [2970| 890 | 1.2 | 0.1 |2790| 840
38-43HRC FRM JC8015
Hardened die steel HRM DH102
(SKDEQ_,S%%(?HA) FRM JC8015 0.6 | 0.1 |3,180| 480 | 0.8 | 0.1 |2,650| 400 | 1 0.1 |2,490| 370
Hardened die steel
(SKD11, SLD, DC11) FRM DH102 | 0.6 | 0.1 |2550| 380 | 0.8 | 0.1 |2,120| 320 | 1 0.1 |1,990| 300
55-62HRC
HSS
(SKH, HAP) FRM DH102 0.3 0.1 [1,910| 190 | 0.4 | 0.1 |1,590| 160 [ 0.5 | 0.1 |1,490| 150
63-70HRC
Grey cast iron RNM DH102
)(,FCZSO) HRM DH103 0.8 | 0.2 [4,460(2,680( 1 0.2 |3,710/2,230( 1.2 | 0.2 |3,480 2,090
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 0.8 | 0.2 |4,460(2,680| 1 0.2 |3,710/2,230( 1.2 | 0.2 |3,480 2,090
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM JC8015 | 0.8 | 0.1 [3,570(1,430( 1 0.1 12970(1,190( 1 0.1 2,790 1,120

(SUS304, 316,317) 17Cr FRM
Ferritic & martensitic[ RNM

stainless steel HRM JC8015 | 0.8 | 0.1 [3,570|1,430| 1 0.1 [2,970(1,190]| 1.2 | 0.1 [2,7901,120
(SUS403, 420J2, 430) 13Cr FRM
Alminium allo
(A5052) y RNM KT9 1.2 | 0.2 |4460]2230| 1.6 | 0.2 [3710/1,860| 1.6 | 0.2 |3,480]1,740
160-260HB
Alminium allo
(A7075) y RNM KT9 1.2 | 0.2 [4460]2230| 1.6 | 0.2 [3710/1,860| 1.6 | 0.2 |3,480]1,740
160-260HB
Alminium allo
nium 810y RNM KT9 1.2 | 0.2 |4460]2230| 1.6 | 0.2 [3710/1,860| 1.6 | 0.2 |3,480]1,740
COF(’&%S)"OY RNM KT9 | 0.8 [0.15|3,180(1,590| 1 |0.15 2650|1330 1 | 0.15 2490|1250
Graphite RNM | JC10000| 1.2 | 0.2 |4460|2230| 1.6 | 0.2 [3,710(1,860| 1.6 | 0.2 |3,480 1,740
Titanium allo
e ';RRM Jcgo15 [ 0.35| 0.1 |1,270] 320 | 0.4 | 0.1 |1,060| 270 | 0.4 | 0.1 | 990 | 250
35-43HRC
Heat resistant allo
(INCO718) y 'ERR,'\\A" JC8015 | 035 | 0.1 |1,020| 260 | 0.4 | 0.1 | 850 | 210 | 0.4 | 0.1 | 800 | 200

35-43HRC

Note

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

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

4. Use air blow.

A
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P Il Recommended cutting conditions overhanglength | 0 | ooy
@ Bottom finishing ~3Dc 100% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 6 8 10
Material CatNo.| Grade [, [ @ae | n | vr | ap | @e | n | Vi | ap | @ | n | v
(mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (min") | (mm/min)
RNM
C(%ggg,nsgttsgf ! HRM | JC8015 | 0.1 [1.0(~3)[13,790| 3,450 | 0.15 |1.2(~4)[10,350/ 3,110 | 0.15 |1.2(~5)| 8,280 | 2,480
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM | JC8015 | 0.1 [1.0(~3)[13,790| 3,450 | 0.15 |1.2(~4)[10,350/3,110 | 0.15 |1.2(~5)| 8,280 | 2,480
below 285HB FRM
Tool & die steel RNM
(SKD61, SKD11) HRM | JC8015 | 0.1 |1.0(~3)[13,790| 3,450 | 0.15 [1.2(~4)|10,350| 3,110 | 0.15 |1.2(~5)| 8,280 | 2,480
below 255HB FRM
RNM
(HM\%,(L%?SO) HRM JDC|-5|31023:5 0.1 |1.0(~3)/13,790| 3,450 | 0.15 [1.2(~4)/10,350| 3,110 | 0.15 |1.2(~5)| 8,280 | 2,480
30-36 HRC FRM
RNM
(NA%%I(&F?&?%ZU HRM DHT03 | 01 |1.0~3)[12,730| 3,180 | 0.15 [1.2(~4)[ 9,550 | 2,870 | 0.15 |1.2(~5)| 7,640 | 2,290
38-43HRC FRM JC8015
Hardened die steel HRM DH102
SKD61, DAC, DHA 0.05 |1.0(~3)[10,080| 1,010 | 0.06 [1.2(~4)[ 7,560 | 760 | 0.08 |1.2(~5)| 6,050 | 610
(SKDE1, DAC, DHA) FRM | JC8015
Hardened die steel
(SKD11, SLD, DC11) FRM DH102 | 0.05 |1.0(~3) 6,900 | 690 | 0.06 [1.2(~4) 5,170| 520 | 0.08 |1.2(~5)| 4,140 | 410
55-62HRC
HSS
(SKH, HAP) FRM DH102 | 0.03 [1.0(~2)| 5310 | 210 | 0.04 [1.2(~3)3,980| 160 | 0.05 |1.2(~4)| 3,180 | 190
63-70HRC
i RNM DH102
Grey cast ron HRM | DH103 | 0.1 |1.0(~3)15920] 4,780 | 0.15 [1.2(~4)[11,940| 4,180 | 0.15 |1.2(~5)| 9,550 | 3,340
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 | 0.1 |1.0(~3)[15,920] 4,780 | 0.15 [1.2(~4)/11,940| 4,180 | 0.15 |1.2(~5)| 9,550 | 3,340
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM JC8015 | 0.1 [1.0(~3)[12,730( 3,180 | 0.15 [1.2(~4)[ 9,550 | 2,870 | 0.15 |1.2(~5)| 7,640 | 2,290
(SUS304,316,317)17Cr |  FRM
Ferritic & martensitic| RNM
stainless steel HRM | JC8015 | 0.1 [1.0(~3)[12,730| 3,180 | 0.15 |1.2(~4)| 9,550 | 2,870 | 0.15 |1.2(~5)| 7,640 | 2,290
(SUS403, 4202, 430)13Cr|  FRM
Alminium alloy
(A5052) RNM KT9 | 0.2 |1.0(~3)[15,920| 6,370 | 0.25 |1.2(~4)[11,940| 4,780 | 0.25 |1.2(~5)| 9,550 | 3,820
160-2601B
Alminium allo
(A7075) d RNM KT9 | 0.2 |1.0(~3)[15,920| 6,370 | 0.25 |1.2(~4){11,940| 4,780 | 0.25 |1.2(~5)| 9,550 | 3,820
160-260HB
Alminium alloy RNM KT9 | 0.2 [1.0(~3)[15920] 6,370 | 0.25 [1.2(~4)(11,940] 4,780 | 0.25 |1.2(~5)| 9,550 | 3,820
COF(’&%S)”OY RNM KT9 | 0.15 [1.0(~3)[10,610{3,180 [ 0.2 [1.2(~4) 7,960 2390 | 0.2 |1.2(~5)|6,370 | 1,910
Graphite RNM [ JC10000 | 0.2 [1.0(~3)/15,920| 6,370 | 0.25 [1.2(~4)/11,940| 4,780 | 0.25 |1.2(~5)| 9,550 | 3,820
Titanium allo
roaay) ) HRM | Jc8015 | 0.1 [1.0(~3)[2,920 | 580 | 0.15 |1.2(~4)[ 2,190 | 440 | 0.15 [12(~5)| 1,750 | 350
35-43HRC FRM
Heatresistantalloy | Hrm
(INCO718) FRM | JC8015 | 0.1 [1.0(~3) 2,920 | 580 | 0.15 [12(~5) 2,190 | 440 | 0.15 |1.2(~5)| 1,750 | 350
35-43HRC

Note

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

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

4. Use air blow.




Tooling by DIJET

(7]
—
(=]
I 2
‘ MIRROR RADIUS RNM/MRX Type ”
2]
<
>
=
Il Recommended cutting conditions o PN A =
@ Bottom finishing ~3Dc 100% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 12/13 16/17 20/21
Material CatNo.| Grade [, [ @ae | n | vi | ap | @e | n | Vi | ap | ae | n | v
(mm) | (mm) | (min™) | (mm/min) | (mm) | (mm) | (min) | (mm/min) | (mm) | (mm) | (min™) | (mm/min)
RNM
C(%rst())g,nsgstsgf ! HRM | JC8015 | 0.15 |1.5(~5)| 6,900 | 2,070 | 0.15 [2.0(~9)| 5,170| 2,070 | 0.2 [2.5(~13) 4,140 | 1,660
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM | JC8015 | 0.15 |1.5(~5)| 6,900 | 2,070 | 0.15 [2.0(~9)| 5,170 | 2,070 | 0.2 [2.5(~13) 4,140 | 1,660
below 285HB FRM
i RNM
T?s()Klo%1(,j's$<§1t$)9| HRM | JC8015 | 0.15 |1.5(~5)| 6,900 | 2,070 | 0.15 [2.0(~9)| 5,170| 2,070 | 0.2 [2.5(~13) 4,140 | 1,660
below 255HB FRM
RNM
(Hy,\ﬁ’;fip%?ﬁz'o) HRM JDCTO(% 0.15 |1.5(~5)| 6,900 | 2,070 | 0.15 [20(~9)| 5,170 | 2,070| 0.2 [25(~13) 4,140 | 1,660
30-36 HRC FRM
RNM
(NA%%IE{E&?%Z” HRM | DHT03 1 g 45 |1.5~5) 6,370 | 1,910| 0.15 [2.0(~9)| 4,770 | 1,430 | 0.2 [25(-13) 3,820 | 1,150
38-43HRC FRM JC8015
Hardened die steel HRM DH102
SKD61, DAC, DHA 0.1 [1.5(~5)|5,040| 600 | 0.1 [2.0(~9) 3,780| 570 | 0.15 [2.5(~13) 3,020 | 450
(SKDET, DAC, DHA) FRM | JC8015
Hardened die steel
(SKD11, SLD, DC11) FRM DH102 | 0.1 |1.5(~5)3,450 | 410 | 0.1 |2.0(~9) 2,590 | 390 | 0.15 [25(~13)2,070 | 310
55-62HRC
HSS
(SKH, HAP) FRM DH102 | 0.05 |1.5(~5)| 2,650 | 210 | 0.05 |2.0(~6)| 1,990 | 200 | 0.05 |2.5(~8)| 1,590 | 160
63-70HRC
i RNM DH102
Grey cast ron HRM | DH103 | 0.2 |15(~5)|7.960 3,180 | 0.2 [20(~9)[5970|2390| 0.2 R5(~13) 4770 1,910
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 | 0.2 |1.5(~5)7,960 3,180 0.2 |2.0(~9) 5970 (2,390| 0.2 [25(~13)4,770|1,910
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM | JC8015 | 0.15 |1.5(~5)6,370| 1,910 0.15 [2.0(~9)| 4,770|1,910| 0.15 2.5(~13) 3,820 | 1,530
(SUS304, 316,317) 17Cr FRM
Ferritic & martensitic| RNM
stainless steel HRM JC8015 | 0.15 [1.5(~5)[ 6,370 [ 1,910 [ 0.15 [2.0(~9) 4,770 | 1,910 | 0.15 [2.5(~13)| 3,820 | 1,530
(SUS403, 420J2,430)13Cr|  FRM
Alminium alloy
(A5052) RNM KT9 | 0.25 |1.5(~5)| 7,960 | 3,180 | 0.25 |2.0(~9)| 5,970 | 3,580 | 0.3 [2.5(~13) 4,770 | 2,860
160-260HB
Alminium allo
(A7075) y RNM KT9 | 0.25 |1.5(~5)| 7,960 | 3,180 | 0.25 |2.0(~9)| 5,970 | 3,580 | 0.3 [2.5(~13) 4,770 | 2,860
160-260HB
Alminium alloy RNM KT9 | 0.25 |1.5(~5) 7,960 | 3,180 | 0.25 |2.0(~9) 5970 3,580 | 0.3 [25(~13) 4,770 | 2,860
COF(’&%(?)”OY RNM KT9 0.2 |1.5(~5)5,310(1,590| 0.2 |2.0(~9)[3,980 | 1,190 | 0.25 [2.5(~13) 3,180 | 950
Graphite RNM | JC10000 | 0.25 [1.5(~5) 7,960 | 3,180 | 0.25 |2.0(~9)| 5,970 {3,580 | 0.3 [2.5(~13) 4,770 | 2,860
Titanium allo
oAy ) HRM | jc8015 | 0.15 [1.5(~5)[ 1,460 | 290 | 0.15 |2.0(~9) 1,090 | 220 | 0.2 [25(~13) 880 | 180
35-43HRC FRM
Heatresistantalloy | Hrm
(INCO718) FRM | JC8015 [ 0.15 |15(~5) 1,460 | 290 | 0.15 [20(~9)| 1,090 220 | 0.2 5(~13) 880 | 180
35-43HRC

Note

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

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

4. Use air blow.
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= Il Recommended cutting conditions overhang length | " | o)
@ Bottom finishing ~3Dc 100% | 100%
3Dc~5Dc 70% 70%
5Dc~10Dc 50% 50%
Tool dia.(mm)
_ 25/26 30 32
Material CatNo.| Grade g, Tae [ n | v | a | @ | n | Vi | a | @ | n | vr
(mm) | (mm) | (min?) |(mm/min) | (mm) | (mm) | (min?) | mm/min) | (mm) | (mm) | (min™) | (mm/min)
RNM
C(gsrs?)g,ns?;gf ! HRM | JC8015 | 0.2 [40(~18) 3,310 1,320 | 0.2 42(~23)[2,760 | 1,100 | 0.2 4.2(~25) 2,590 | 1,040
below 250HB FRM
Cast steel RNM
(GM190, ICD5) HRM | JC8015 | 0.2 14.0(~18) 3,310 1,320 0.2 42(~23) 2,760 |1,100| 0.2 [42(~25) 2,590 | 1,040
below 285HB FRM
i RNM
T?s%%ﬁ's?«as;{%el HRM | JC8015 | 0.2 14.0(~18) 3,310 |1,320| 0.2 [42(~23) 2,760 |1,100| 0.2 |42(~25) 2,590 | 1,040
below 255HB FRM
RNM
(Hm,lo;fjp%ﬁ%o) HRM JDCTO(% 0.2 40(~18)3310(1,320| 0.2 [42(~23) 2760 | 1,700 | 0.2 [42(~25) 2,590 | 1,040
30-36 HRC FRM
RNM
(NA%(S,MHS&?%ZU HRM DH103 | 09 |40(~18) 3,060 920 | 0.2 42(~23) 2,550 | 770 | 0.2 W2(~25) 2,390 | 720
38°43HRC FRM | JC8O15
Hardened die steel HRM DH102
(SKDf;fsljzﬁl%cDHA) FRM JC8015 0.15 4.0(~18)| 2,420 | 360 | 0.15 4.2(~23) 2,020 | 300 | 0.15 [4.2(~25)[ 1,890 | 280
Hardened die steel
(SKD11, SLD, DC11) FRM DH102 | 0.15 [40(~18) 1,660 | 250 | 0.15 |42(~23)/ 1,380 | 210 [ 0.15 [42(~25) 1,290 | 190
5562HRC
HSS
(SKH, HAP) FRM DH102 | 0.05 [40(~10) 1,270 | 130 | 0.05 |42(~12)/ 1,060 | 110 | 0.05 [42(~13) 990 | 100
63-70HRC
i RNM DH102
Grey cast ron HRM | DH103 | 0.2 140(~18) 3,820 1,910| 0.2 [42(~23)3.180 (1,500 | 0.2 [42(~25) 2,980 | 1,490
160-260HB FRM JC8015
Nodular cast iron RNM DH102
(FCD700) HRM DH103 | 0.2 [40(~18) 3,820(1,910| 0.2 |42(~23)/3,180 [ 1,590 | 0.2 [42(~25) 2,980 | 1,490
170-300HB FRM JC8015
Austenitic RNM
stainless steel HRM | JC8015 | 0.15 [40(~18) 3,060 | 1,220 | 0.15 [42(~23) 2,550 | 1,020 | 0.15 [4.2(~25) 2,390 | 960

(SUS304, 316,317) 17Cr FRM
Ferritic & martensitic [ RNM

stainless steel HRM | JC8015 | 0.15 |4.0(~18) 3,060 | 1,220 | 0.15 4.2(~23) 2,550 | 1,020 | 0.15 [4.2(~25) 2,390 | 960
(SUS403, 420J2, 430) 13Cr FRM
Alminium alloy
(A5052) RNM KT9 | 0.3 [40(~18) 3,820 | 2,290 [ 0.3 |42(~23) 3,180 [1,910| 0.3 |4.2(~25) 2,980 | 1,790
160-260HB
Alminium allo
(A7075) i RNM KT9 | 0.3 [40(~18) 3,820 | 2,290 [ 0.3 |42(~23) 3,180 [1,910| 0.3 |4.2(~25) 2,980 | 1,790
160-260HB
Alminium alloy RNM KT9 | 0.3 40(~18) 3,820{2,290| 0.3 [42(~23)3,180 1,910 0.3 [42(~25) 2,980 | 1,790
CO?&%S‘)”OV RNM KT9 | 0.25 [4.0(~18)[ 2,550 | 770 | 0.25 [42(~23) 2,120 | 640 | 0.25 [4.2(~25) 1,990 | 600
Graphite RNM | JC10000 | 0.3 [40(~18) 3,820 (2,290 | 0.3 42(~23)3,180|1,910| 0.3 [4.2(~25) 2,980 | 1,790
Titanium allo
oAy ) ';'gm JC8015 | 0.2 40(~18) 700 | 140 | 0.2 [42(~23) 580 | 120 | 0.2 |[42(~25) 550 | 110
35-43HRC
Heatresistantalloy | M
(INCO718) FRM | JC8O015 | 0.2 |40(~18) 700 | 140 | 0.2 [42(~23) 580 | 120 | 0.2 |[42(~25) 550 | 110

35-43HRC

Note

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

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

4. Use air blow.
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Tool dia.(mm)
Material Grade P6xR1.5 8xR2/(p9IxR2
0 de ap n Vf I} de ap n \'i
(mm) (mm) (mm) (min™) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
15 2.1 0.20 | 9,000 | 8,000 20 2.8 0.40 | 7,500 | 8,200
Carbon steel 30 2.1 0.15 | 9,000 | 7,200 | 40 2.8 0.40 | 7,500 | 6,750
(S50C, $55C) JC8015
below 250HB - - - - - 60 2.8 0.25 | 7,500 | 6,750
- - - - - 80 2.8 0.20 | 7,500 | 6,750
15 2.1 0.20 | 8,500 | 7,600 20 2.8 0.40 | 7,100 | 7,800
Mold steel 30 2.1 0.15 | 8,500 | 6,800 | 40 2.8 0.40 | 7,100 | 6,400
(HPM7, PX5NAK80, P20) | JC8015
30-43HRC - - - = = 60 2.8 0.25 | 7,100 | 6,400
= = = = = 80 2.8 0.20 | 7,100 | 6,400
15 2.1 0.20 | 8,500 | 7,600 20 2.8 0.40 | 7,100 | 7,800
ToS?(ID%dis?(&t?el 168015 30 2.1 0.15 | 8,500 | 6,800 | 40 2.8 0.40 | 7,100 | 6,400
(below'zssHB) - - - - - 60 2.8 0.25 | 7,100 | 6,400
- - - - - 80 2.8 0.20 | 7,100 | 6,400
15 2.1 0.20 | 8,000 | 6,400 20 2.8 0.40 | 6,700 | 7,300
Stainless steel 30 2.1 0.15 | 8,000 | 5600 | 40 2.8 0.40 | 6,700 | 6,000
SUS304) JC8015
beﬁow 250HB = = = = = 60 2.8 0.25 | 6,700 | 6,000
= = = = = 80 2.8 0.20 | 6,700 | 6,000
15 2.1 0.15 | 6,900 | 5,500 20 2.8 0.20 | 6,000 | 6,600
SKD61, DAC, DHA _ _ _ _ _
(SKDET, DAC, DHA) 60 | 28 | 015 | 6000 43800
- - - - - 80 2.8 0.10 | 6,000 | 4,800
15 2.1 0.20 | 7,400 | 6,600 20 2.8 0.40 | 6,400 | 7,600
Grey & Nodular
gast N 108015 30 2.1 0.15 | 7,400 | 5900 | 40 2.8 0.40 | 6,400 | 5,700
ﬁFC, FCD) - - = = = 60 2.8 0.25 | 6,400 | 5,700
below 300HB
- - - = = 80 2.8 0.20 | 6,400 | 5,700
' Corner RO.5 apx0.65
bap adjustmgpt - R1 apx0.80
JETSTS RIS | apel.0
Reduce ap according to above table with keeping Vf

Note

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

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

3. Recommended to reduce the parameteres when using on low horse power machine.
4. Use air blow.

5. Reduce ap, n & Vf by 30% in case of cutting material 50-55HRC.

6. Reduce Vf for better surface finish.

7. Use angle 2°30'or below in case of ramping (see right figure).

8. In case of slotting with over 5xDc, reduce Vf or ap appropriately.

BEIOW 2 030
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‘ MIRROR RADIUS RNM/MRX Type \

Il Recommended cutting conditions
@ HRM type - High Feed / Semi finishing
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Tool dia.(mm)
Material Grade @10xR2/p11xR2 ¢12xR2/p13xR2
{ de ap n Vi { de ap n Vf
(mm) (mm) (mm) (min™) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
25 | 42 | 0.40 | 6,000 | 7,200 30 | 56 | 0.50 | 5000 | 6000
C(gg%g’nsggg)el 108015 50 | 42 | 0.40 | 6,000 | 6,000 60 | 5.6 | 0.40 | 5000 | 5000
below 250HB 75 | 42 | 0.25 | 6,000 | 6,000 90 | 5.6 | 0.25 | 5000 | 5000
100 | 4.2 | 0.20 | 6,000 | 6,000 | 120 | 56 | 0.20 | 5000 | 5000
25 | 42 | 0.40 | 5700 | 6800 30 | 5.6 | 0.40 | 4700 | 5600
(HPM;\’/Ig)ggngKegélpzo) T 50 | 4.2 | 0.40 | 5700 | 5700 60 | 5.6 | 0.40 | 4,700 | 4,700
30-43HRC 75 4.2 0.25 | 5,700 | 5,700 90 5.6 0.25 | 4,700 | 4,700
100 | 42 | 0.20 | 5700 | 5700 | 120 | 56 | 0.20 | 4,700 | 4,700
25 | 42 | 0.40 | 5700 | 6,800 30 | 5.6 | 0.40 | 4,700 | 5600
Tool & die steel 50 | 4.2 | 0.40 | 5700 | 5,700 60 | 5.6 | 0.40 | 4700 | 4,700
(SKD61, SKD11) JC8015
below 255HB 75 4.2 0.25 | 5,700 | 5,700 90 5.6 0.25 | 4,700 | 4,700
100 | 4.2 | 0.20 | 5700 | 5700 | 120 | 56 | 0.20 | 4,700 | 4,700
25 | 42 | 0.40 | 5400 | 6400 30 | 56 | 0.40 | 4,500 | 5400
Stal(glttjesss%f)teel 108015 50 | 4.2 | 0.40 | 5400 | 5,400 60 | 5.6 | 0.40 | 4,500 | 4,500
below 250HB 75 | 42 | 0.25 | 5400 | 5400 90 | 5.6 | 0.25 | 4,500 | 4,500
100 | 4.2 | 0.20 | 5400 | 5400 [ 120 | 56 | 0.20 | 4,500 | 4,500
25 | 42 | 0.20 | 4,700 | 5,600 30 | 56 | 0.20 | 4,000 | 4,800
Hardened die steel 50 4.2 0.20 | 4,700 | 4,700 60 5.6 0.20 | 4,000 | 4,000
(skoen,DacoHA) | JEBOTS 1 o o 005 4700 | 4700 | 90 | 56 | 0415 | 4000 | 4,000
100 | 4.2 | 0.10 | 4700 | 4700 | 120 | 56 | 0.10 | 4,000 | 4,000
25 | 4.2 | 0.40 | 5100 | 6,100 30 | 5.6 | 0.40 | 4200 | 5000
SreY SRR | agqs |50 | 42 | 040 | 5100 | 5100 | 60 | 56 | 0.40 | 4200 | 4200
O 75 | 42 | 0.25 | 5100 | 5100 90 | 5.6 | 0.25 | 4,200 | 4,200
100 | 4.2 | 0.20 | 5100 | 5100 | 120 | 56 | 0.20 | 4,200 | 4,200

Note

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

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

3. Recommended to reduce the parameteres when using on low horse power machine.
4. Use air blow.

5. Reduce ap, n & Vf by 30% in case of cutting material 50-55HRC. :\?

6. Reduce Vf for better surface finish. ~

7. Use angle 2°30'or below in case of ramping (see right figure). §

8. In case of slotting with over 5xDc, reduce Vf or ap appropriately. =

( )

Toll dia. (mm) Torque
% Insert Mounting Information @Dc N'm
1. Make sure the insert seat on body is carefully cleaned. g gg
2. Make sure insert itself is clean, especially the hole and face location. 10 1:2
3. Change insert screw when threads starts to wear. 1 20
4. Do not over tighten screw. See table for torque specifications. 16 3.0
20 4.0




Tooling by DIJET

‘ MIRROR RADIUS RNM/MRX Type \

Il Recommended cutting conditions
@ HRM type - High Feed / Semi finishing
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Tool dia.(mm)
? de ap n Vf 0 de ap n \'i
(mm) (mm) (mm) (min™) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
35 7.0 0.60 | 3,800 | 4,500 40 9.8 0.60 | 3,000 | 3,600
Carbon steel
(50, 5550) JC8015 80 7.0 0.60 | 3,800 | 3,800 100 9.8 0.60 | 3,000 | 3,000
below 250HB 120 7.0 0.40 | 3,800 | 3,800 150 9.8 0.40 | 3,000 | 3,000
160 7.0 0.30 | 3,800 | 3,800 200 9.8 0.30 | 3,000 | 3,000
35 7.0 0.60 | 3,500 | 4,200 40 9.8 0.60 | 2,800 | 3,300
Mold steel
(HPM7, PXSNAKEO, P20) | JC8015 80 7.0 0.60 | 3,500 | 3,500 100 9.8 0.60 | 2,800 | 2,800
30-43HRC 120 7.0 0.40 | 3,500 | 3,500 150 9.8 0.40 | 2,800 | 2,800
160 7.0 0.30 | 3,500 | 3,500 200 9.8 0.30 | 2,800 | 2,800
35 7.0 0.60 | 3,500 | 4,200 40 9.8 0.60 | 2,800 | 3,300
Tool & die steel
(SKD61. SKD11) 1C8015 80 7.0 0.60 | 3,500 | 3,500 100 9.8 0.60 | 2,800 | 2,800
below 255HB 120 7.0 0.40 | 3,500 | 3,500 150 9.8 0.40 | 2,800 | 2,800
160 7.0 0.30 | 3,500 | 3,500 200 9.8 0.30 | 2,800 | 2,800
35 7.0 0.60 | 3,400 | 4,000 40 9.8 0.60 | 2,700 | 3,200
Stainless steel
ﬁSUS304) 1C8015 80 7.0 0.60 | 3,400 | 3,400 100 9.8 0.60 | 2,700 | 2,700
below 250HB 120 7.0 0.40 | 3,400 | 3,400 150 9.8 0.40 | 2,700 | 2,700
160 7.0 0.30 | 3,400 | 3,400 200 9.8 0.30 | 2,700 | 2,700
35 7.0 0.30 | 3,000 | 3,600 40 9.8 0.30 | 2,400 | 2,800
HardenegA(y%aE\eel 108015 80 7.0 0.30 | 3,000 | 3,000 100 9.8 0.30 | 2,400 | 2,400
(SKDS, DAC, DHA) 120 | 7.0 | 0.25 | 3,000 | 3,000 | 150 | 9.8 | 0.25 | 2,400 | 2,400
160 7.0 0.20 | 3,000 | 3,000 200 9.8 0.20 | 2,400 | 2,400
35 7.0 0.60 | 3,200 | 3,800 40 9.8 0.60 | 2,500 | 3,000
S CL A BOITED Jcaors |80 | 7.0 | 060 | 3200 | 3200 | 100 | 9.8 | 060 | 2500 | 2,500
borC,ECD) 120 | 7.0 | 0.40 | 3200 | 3200 | 150 | 9.8 | 0.40 | 2,500 | 2,500
160 7.0 0.30 | 3,200 | 3,200 200 9.8 0.30 | 2,500 | 2,500
ap adjustment Corner | R2 apx0.75 R2 apx0.75
by corner radius Radius | R3 apx1.0 R3 apx1.0
ap x ratio Reduce ap according to above table with keeping Vf

Note

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

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

3. Recommended to reduce the parameteres when using on low horse power machine.
4. Use air blow.

5. Reduce ap, n & Vf by 30% in case of cutting material 50-55HRC.

6. Reduce Vf for better surface finish.

7. Use angle 2°30'or below in case of ramping (see right figure).

8. In case of slotting with over 5xDc, reduce Vf or ap appropriately.

BEIOW 2a30




_ Tooling by DIJET

) ’ =
’error Radius MRXTYPE} =l
=
S
I RECOMMENDED CUTTING CONDITIONS / SIDE FACE FINISHING -I
2
@ MRX type with FRM insert + MSN Carbide Shank Holder I
. (1°]
Cutting Tool dia. (mm) =
Work Insert | Type of | speed ®10 P12 8
Materials Grades [machining \V/s v v
(m/min) (min) (mm/min) (mri:r‘) (mm/min)
Carbon steel 2| 300 9,550 2,860 7,960 2,380
o 6y | Jcsots qﬂ ap(mm) 0.25 0.30
Below 250FB ae(mm) 0.10 0.12
Die steel | 300 9550 | 2,860 7960 | 2,380
(182231 1S '2[3’};) JG8O15 qﬂ ap(mm) 0.25 0.30
Below 255HB ae(mm) 0.10 0.12
. | 280 8910 | 2670 7420 | 2220
Stainless steel ]
SUS304 JC8015 qﬂ ap(mm) 0.25 0.30
Below 250HB
ae(mm) 0.10 0.12
Mold see | 300 9550 | 2,860 7960 | 2380
HPM7, PX5, P20 | JC8015 ‘qﬂ
30-36HRC Aol 0.10 0.12
Mold stee | 280 8910 | 2,670 7420 | 2,220
iy | iR qﬂ ap(mm) 0.25 0.30
38-43HRC ae(mm) 0.10 0.12
St 2, | 250 7960 | 800 6630 | 800
it 133 | DH102 E*ﬂ ap(mm) 0.25 0.30
2-52HRC ae(mm) 0.10 0.12
Hardened die steel e 200 6,360 | 640 5,300 | 640
s 1279 | DH102 qﬂ apmm) 0.25 030
55-62HRC T 0.10 0.12
oyt | 2 | 350 11,140 | 3,900 9280 | 3710
FG, FCD (66, 666) DH102 ap(mm) 0.25 0.30
Below 0018 ae(mm) 0.15 0.20

ap: Axial depth of cut,ae: Radial depth of cut, N:Spindle speed, Vf: Feed speed

Overhung length Ve Vi

. NOTE L/Dc (m/min) | (mm/min)
1) The cutting parameters to be adjusted according to the machine rigidity or work Sggﬁgs 100%]| 100%

rigidity.
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc 70%| 70%
3) In case of overhung lengt hover 3 x D¢, cuting speed and feed speed to be L 0, WD D &R

reduced according to the right table. 5Dc~10Dc 50%| 50%
4) Use air blow to flush the chips out. Over 50c, up to 100c
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(7]
D o n
= ’error Radius |V| RXTYPE}
(7¢)
=
P-4 I RECOMMENDED CUTTING CONDITIONS / SIDE FACE FINISHING
=
P S
g @ IVIRX type with FRM insert + MSN Carbide Shank Holder
'g Cutting Tool dia. (mm)
— Work Insert | Type of | speed 16 ®20
Materials Grades [machining] Ve Vi Vi
(m/min) (min‘") (mm/min) (m?r‘) (mm/min)
Carbon steel de ol 300 5,970 2,390 4,770 1 ,91 0
o oy [Jcsots qﬂ ap(mm) 0.40 0.50
B e ae(mm) 0.16 0.20
Die st R EED 5970 | 2390 4770 | 1910
o | TS0 qﬂ ap(mm) 0.40 0.50
Below 255H8 ae(mm) 0.16 0.20
, a0 | 280 5570 | 2,230 4560 | 1,820
Stainless steel <
SUS304 JC8015 qﬂ ap(mm) 0.40 0.50
Below 250HB
S 0.16 0.20
. sons i | 300 5970 | 2390 4770 | 1910
HPM7, PX5, P20
CUHIHG ae(mm) 0.16 0.20
Mold stee e | 280 5570 | 1,670 4560 | 1,370
e || ECR qﬂ ap(mm) 0.40 0.50
Sl ae(mm) 0.16 0.20
Hardened die steel e 250 4,970 ‘ 750 3,980 ‘ 600
s | qﬂ ap(mm) 0.40 0.50
R ae(mm) 0.16 0.20
Hardened die steel & s 200 3,980 ‘ 600 3,180 ‘ 480
e, | R ‘qﬂ ap(mm) 0.40 0.50
Al ae(mm) 0.16 0.20
N P T 350 6,960 | 3480 5570 | 3,340
FC, FgaDSt(El-irg,nGGG) DH102 qﬂ ap(mm) 0.40 0.50
Belovi S00HE e(mm) 0.20 0.25

Ap: Axial depth of cut,ae: Radial depth of cut, N:Spindle speed, V. Feed speed

Overhung length Ve \%i

.NOTE L/Dc (m/min) | (mm/min)
1) The cutting parameters to be adjusted according to the machine rigidity or work 3;‘1?;5 100%| 100%

rigidity.
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc 70%| 70%
3) In case of overhung lengt hover 3 x Dc, cuting speed and feed speed to be BEHS O IpIOIS

reduced according to the right table. 5Dc~10Dc 50%| 50%
4) Use air blow to flush the chips out. Over 50c, up to 100c




Tooling by DIJET

[Mirror Radius

IVIRXTYPE}

I RECOMMENDED CUTTING CONDITIONS / SIDE FACE FINISHING

@ VIRX type with FRM insert + MSN Carbide Shank Holder

Cutting Tool dia. (mm)
Work Insert Type of | speed p21 25 @30 32
Materials  [Grades | machining Ve Vi Vi Vi i
(m/mln) (min") |(mm/min) | (min?) |[(mm/min) [ (min") |(mm/min) | (min) |(mm/min)
2 _ 300 | 4,550 1,820( 3,820 | 1,530 3,180 | 1,270 2,980 | 1,190
Carbon steel <
(€50, C55) JC8015 ap(mm) 0.50 0.80 1.0 1.2
Below 250HB
- aem)| 010 0.10 0.10 0.10
— 2 _ 300 |4,550| 1,820 3,820 1,530 3,180‘ 1,270 2,980‘ 1,190
(1.2344,1.2379) [ JC8015 q l ap(mm) 0.50 0.80 1.0 1.2
Below 255HB
ae(mm) 0.10 0.10 0.10 0.10
2 | 280 |4,2401,700| 3,560 1,420{ 2,970 1,190 2,780 1,110
Sanless sieel | 4c8015 ‘qﬂ apmm)|  0.50 0.80 1.0 1.2
ae(mm) 0.10 0.10 0.10 0.10
2 300 |4,550| 1,820 3,820 1,530 3,180‘ 1,270 2,980‘ 1,190
Mold steel JC8015 <
(1:2311,P20) | Voo ap(mm) 0.50 0.80 1.0 1.2
30-36HRC
ae(mm) 0.10 0.10 0.10 0.10
o s . | 280 |4,240)1,270] 3,560/ 1,070 2,970| 890|2,780] 830
(1.2311,P21) | DH102 qﬂ ap(mm) 0.50 0.80 1.0 1.2
38-43HRC
ae(mm) 0.10 0.10 0.10 0.10
, | 250 |3,790] 570|3,180| 480|2,650| 400 [2,480] 370
Hardened die steel <
(1.2344,1.2379) | DH102 q:k ap(mm) 0.50 0.80 1.0 1.2
42-52HRC
ae(mm) 0.10 0.10 0.10 0.10
_ 2 | 200 [3,000] 450[2,540] 380[2,120] 320 [1,990| 300
Hardened die steel <
(1.2344,1.2379) [ DH102 q:l ap(mm) 0.50 0.80 1.0 1.2
55-62HRC
ae(mm) 0.10 0.10 0.10 0.10
swaton || p 350 | 5,300 3,180 4,450 2,670 3,710 2,230 | 3,480 2,090
Geoes  |bHios ‘%ﬂ ap(mm) 0.50 0.80 1.0 12
Below SO0HB ae(mm) 0.10 0.10 0.10 0.10
aAp: Axial depth of cut,de: Radial depth of cut, N:Spindle speed, Vf: Feed speed
ENOTE 2 /Dc (m/\r/ncin) (mm\ﬁnin)
1) ;giedﬁ;tting parameters to be adjusted according to the machine rigidity or work 300 or less 100%| 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed.
3) In case of overhung lengt hover 3 x Dc, cuting speed and feed speed to be Over 30, up o 500 70%| 70%
reduced according to the right table. o 0
4) Use air blow to flush the chips out. Overs0n, o 100: | 50%|  50%
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= [error Radius MRXTYPE]
(7]
=
g I RECOMMENDED CUTTING CONDITIONS /BOTTOM FACE FINISHING
=
=
g @ IVIRX type with FRM insert + MSN Carbide Shank Holder
'g Cutting Tool dia. (mm)
— Work Insert Type of speed @10 @12 @16 ®20
Materials  [Grades| machining Ve Vi N Vi N i N Vi
(m/mm) (min) {(mm/min) | (min') [(mm/min) | (min") |[(mm/min) | (min") |(mm/min)
Carbon steel _a o 260 | 8,280 2,480 6,900| 2,070 5,170 2,070 | 4,140 1,660
S906.855 | uc8015| — apmm | 015 0.20 0.20 0.20
et ae(mm) 1.2 1.5 2.0 2.5
o oo | 260 8,280/ 2,480( 6,900 2,070{5,170] 2,070 4,140 1,660
SKD61, SKD11 i
(1 2344, 12379) JCc8015 ap(mm) 0.15 0.20 0.20 0.20
Below 255HB ae(mm) 1.2 1.5 2.0 2.5
| -/| 240 [7,640 2,290{ 6,360 1,900( 4,770 1,910{ 3,810 1,520
Stainless steel =
SUS304 JC8015 ap(mm) 0.15 0.20 0.20 0.20
Below 250HB
ae(mm) 1.2 1.5 2.0 2.5
Mald seel /| 260 [8,280 2,480{ 6,900 2,060|5,170] 2,070 4,140 | 1,660
sy | 28010 apem | 015 0.20 0.20 0.20
S0-36HRC ae(mm) 1.2 1.5 2.0 2.5
Mold steel <|/| 240 |7,640 2,290 6,360 1,900|4,770|1,430| 3,810 1,140
NAKBO, HPMI1, P21 | iy 0o
(1.2311, P21) ap(mm) 0.15 0.20 0.20 0.20
38-43HRC
ae(mm) 1.2 1.5 2.0 2.5
i) e sl e/| 190 |6,050 610 (5,040 600|3,780| 570 |3,020| 450
SKD61, DAC, DHA | 100
(1.2344, 1.2379) ap(mm) 0.10 0.15 0.15 0.15
42-52HRC
ae(mm) 0.90 1.1 1.4 1.8
endoned dios tol o| 130 [4140 4103450] 410[2500] 390 | 2070] 310
SKD11, SLD, DC11
(1.2344.1.279) DH102 ap(mm) 0.10 0.15 0.15 0.15
95°62HRC ae(mm) 0.90 1.0 1.2 15
— /| 300 [9,450/3,310]7,960]3,180(5970]2,390( 4,770 1,910
FC, Ftc:%St(érg,nGGG) \[1)%81%125 ap(mm) 0.15 0.20 0.20 0.20
Below S00HE aemm | 15 18 2.4 3.0
ap: Depth of cut, Ae: Pick feed, N: Spindle speed, Vi: Feed speed
Overhung length Vg Vi )
BNOTE L/Dc (m/min) | (mm/min)
1) The cutting parameters to be adjusted according to the machine rigidity or work Sgcsol?leis 100%| 100%
rigidity.
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 3Dc~5Dc 70%| 70%
3) In case of overhung lengt hover 3 x Dc, cuting speed and feed speed to be Over 30, up to 50
reduced according to the right table. 5Dc~10Dc 50%| 50%
4) Use air blow to flush the chips out. Over 50c, up to 100¢
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[Mirror Radius

MRXTYPE]

Il RECOMMENDED CUTTING CONDITIONS / BOTTOM FACE FINISHING

@ IRX type with FRM insert + MSN Carbide Shank Holder

Tool dia. (mm)

Cutting
Work Insert Type of speed @21 ©25 ®30 32
Materials  [Grades| machining Ve Vi n Vi Vi Vi
(m/mm) (min") [(mm/min) | (min™) |(mm/min) [ (min") [(mm/min) | (min) |(mm/min)
ae .| 260 |3,940/1,570(3,310|1,320| 2,750 | 1,100| 2,580 | 1,030
Carbon steel f«,
(€50, C55) JC8015| —X ap(mm) 0.20 0.20 0.20 0.20
Below 250HB
ae(mm) 2.5 3.0 4.0 4.2
a. | 260 3,940‘1,570 3,310‘1,320 2,750 | 1,100 2,580 | 1,030
Die steel <
(1.23:&,516.;379) JC8015 $ ap(mm) 0.20 0.20 0.20 0.20
Below 255HB
ae(mm) 2.5 3.0 4.0 4.2
L | 20 3,640/ 1,450 | 3,050 | 1,220 2,540 | 1,020 | 2,380 | 950
paness sieel | Jceo15 apemm) | 0.20 0.20 0.20 0.20
ae(mm) 2.5 3.0 4.0 4.2
old stee Jcaots|—E a o | 260 3,940‘1,570 3,310‘1,320 2,75011,100| 2,580 | 1,030
30-36HRC
ae(mm) 2.5 3.0 4.0 4.2
old stee _k a /| 240 |3,640 1,090(3,050| 910 |2,540| 760 |2,380| 710
U apem | 0.20 0.20 0.20 0.20
ae(mm) 2.5 3.0 4.0 4.2
ardened e stee _t a _o[| 190 (2,880 430 2,420 360(2,010 300 (1,890 280
(12344, 1.2575) | DH102 apmm |  0.15 0.15 0.15 0.15
ae(mm) 1.8 2.2 2.7 2.8
e 2 | 130 [1,9700 290 {1,650 250]1,380] 200 [1,290] 190
ie st 5]
e e | DHI02 | ———=F1| apem|  0.15 0.15 0.15 0.15
55-62HRC
ae(mm) 1.5 1.8 2.2 2.3
. a: /| 300 [4,550 1,820 3,820 1,900| 3,180 1,590 | 2,980 | 1,490
Sstron | SEROIS T apmm | 020 0.20 020 0.20
Below 30018 aemm | 3.0 3.0 4.0 42
Ap: Axial depth of cut,ae: Radial depth of cut, N:Spindle speed, Vf: Feed speed
ENOTE 4 /Dc (m/\r/r(]:in) (mm\;:nin)
1);g?dict;ltt|ng parameters to be adjusted according to the machine rigidity or work 300 or s 100%| 100%
2) In case chatter occurrs, recommend to reduce depth of cut or feed speed. 70% 70%
3) In case of overhung lengt hover 3 x Dc, cuting speed and feed speed to be o od ° °
reduced according to the right table.
4) Useuairblowtofllushthecr:ipsout‘ owersoeupto100c | 50%|  50%
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