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SKS-GII SKG/MSG Type
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Provides stabilty even milling of deep cavities.

4 corner positive insert with low cutting forces.




Tooling by DIJET

SKS-GII SKG/MSG Type

INDEXABLE TOOLS

@FEAIESS) Flat top insert

SKG-10 type insert : Max ap=1.5mm
SKG-14 type insert : Max ap=2.5mm

Chip breaker insert
SM breaker for

iﬁ%d cutting edge for machining of difficult _ difficult to cut materials

materials like titanium alloy.

ffective for machining that requires reduced oM breaker for

_ tting loads or long overhang application. s MoUld steel

= JC38118

ser @sifor a wide range of materials T
<J <JC8050><JC7550><DS150> from 38HRC upto 50HRC

0\ mould steel, general steel
| below 36HRC

JC8050

! 1 Titanium alloy, stainless steel
= JC7550.DS150

HO1 | H10 | H20
| Jesig Jc8118
~ [Jcsoso | - = 05150

Excellent chip evacuation
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Il SKG10 Facemill Type E
Through coolant hole Face Milling Copy Milling Pocket Milling Hel\ca\ \merpnlanul P\unqe Milling
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o 2 Dimensions (mm) 55
Cat.No. s | £ Arbor setbolt | £ Insert
at.No E = [gDc | Lf | Db | od |gt1 | b 0 rbor set bo 5 nserts
SKG-4050R-10-22 () 4 50 14 M10X1.5X35* 0.3
SKG-5050R-10-22 [ 40 2 1041 63 20 M10X1.5X35* 0.3
SKG-5052R-10-22 () 5 52 16.6 ' ' M10 0.3
SKG-5063R-10-22 ° 17 M10 0.5 | SPNW10..;
SKG-5063R-10-27 ([ 63 50 n 27 20 (124 7 22 M12X1.75X30* 0.5 SPET10...;
SKG-6063R-10-22 ° 22 [ 17 [104] 63 | 20 M10 0.5 | spMmT10.
SKG-6063R-10-27 () 6 M12X1.75X30* | 0.5
SKG-6066R-10-27 [ 66 50 27 20 | 124 7 22 M12X1.75X30* 0.6
SKG-6080R-10-27 [ 80 60 M12X1.75X30* 0.9
Screw Torque(N.m) Wrench
TSW-3509H 3.0 A-15T
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Face Milling Copy Milling Pocket Milling glHelical \merpolzﬁ Plunge Milling
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» 2 Dimensions (mm)
Cat.No. s | & Inserts
173 S ¢Dc Lf Db | MD © w
MSG-2025-10-M12 [ 2 25 35 23 | M12 11 19
MSG-3032-10-M16 o s L2 28 12 [ 22 SPNW10...;
MSG-3035-10-M16 [ 35 3 30 M16 SPET10...;
MSG-4040-10-M16 [ 4 40 39 14 26 SPMT10...
MSG-4042-10-M16 (] 42
Screw Torque(N.m) Wrench

TSW-3509H 3.0 A-15
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Il SKG/MSG10 Type Insert

RE & Aﬁ
NRE / AN
s
108050 Jc8118
~_ | \777 q_
< hAS)
©
\RE $f \RE_ ?Z'f
Ic s IC S
o
7 ([
) )
N[ N[
JC8050 Jca18
e PVD Coating Dimensions (mm)
Cat.No. S Fig.
= DS150 | JC7550 | JCBOS0 | JC8118 RE IC S AN
|_
SPNW100415ZTR N () ° 1
SPET100415ZPER-SM E () () . 2
SPMT100415ZPER-SM S e [ e e N L
SPMT100415ZPTR-PM ) () 4
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B Definition of corner shape for programming

@ SPNW100415ZTR

@ SPE(M)T100415ZPER-SM
SPMT100415ZPTR-PM

I~ OVer >~ 0 ere
Corner radius for programming /’w Corner radius for programming N
Max. ap=1.5 _
Max. ap=1.0
\ / Remains Y,
Remains _ —
/ W=7.6 W=7.5
Corner radius . Corner radius .
: Over cut Remains : Over cut Remains

for programming for programming
R2.5 0 0.99 R2.5 (Standard) 0 0.77
R3.0 (Standard) 0 0.84 R3.0 0.09 0.68
R3.5 0.09 0.71 R3.5 0.25 0.60
R4.0 0.23 0.59 R4.0 0.43 0.52

@ SPNW140515ZTR @ SPMT140520ZPER-SM

SPMT140520ZPTR-PM

—~ Overcur <~ Ove,
Corner radius fot programming cut
Max. ap=2.5 Corner radius ffor programming v 18
ax. ap=1.
Remains / Remains J
W=10.8 W=10.6
Corner radius . Corner radius .
¢ : Over cut Remains : Over cut Remains
or programming for programming
R3.5 0 1.60 R3.5 (Standard) 0 1.35
R4.0 (Standard) 0 1.46 R4.0 0.02 1.25
R4.5 0.06 1.32 R4.5 0.14 1.12
R5.0 0.17 1.19 R5.0 0.29 1.05
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‘ SKS-GII SKG/MSG Type \

Il Recommended Data for Profile Milling
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Ramping Helical interpolation @ Calculation of tool pass dia.

¢dc = ¢Dh - ¢Dc

Tool pass dia. Bore dia. Tool Dia.

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

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

¢Dc

ap

@ In case of ramping and helical interpolation, apply 70% or less feed (Vf) from standard cutting condition table.

@ SPNW100415ZTR / SPNW140515ZTR

Tool | Effective | Max. depth Ramping Helical interpolation
Cat.No. dia. |Cutting dia.| of cut: ap Max. Total cutting length | Min. Bore dia. [Max. Bore dia.
(mm) | (mm) (mm) ramping | atMax.(ap) : L Dhmin. | Dhmax.
angle 6 (mm) (mm) (mm)
MSG-2025-10 25 9.8 1.5 1° 85.9 36 48
MSG-3032-10 32 16.8 1.5 1° 85.9 50 62
MSG-3035-10 35 19.8 1.5 1° 85.9 56 70
MSG-4040-10 40 24.8 1.5 1° 85.9 66 78
MSG-4042-10 42 26.8 1.5 1° 85.9 70 82
SKG-*050R-10 50 34.8 1.5 1° 85.9 86 98
SKG-5052R-10 52 36.8 1.5 1° 85.9 90 102
SKG-*063R-10 63 47.8 1.5 0°45' 114.6 112 124
SKG-6066R-10 66 50.8 1.5 0°45' 114.6 118 130
SKG-6080R-10 80 64.8 1.5 0°30' 171.9 146 158
SKG-4050R-14 50 28.4 2.5 1° 143.2 80 98
SKG-4052R-14 52 30.4 2.5 1° 143.2 84 102
SKG-*063R-14 63 414 2.5 0°45' 191 106 124
SKG-5066R-14 66 44.4 2.5 0°45' 191 112 130
SKG-5080R-14 80 58.4 2.5 0°30' 286.5 140 158
SKG-6100R-14 100 78.4 2.5 0°20' 430 180 198
SKG-6125R-14 125 103.4 2.5 0°20' 430 230 248
SKG-7160R-14 160 138.4 2.5 0°15' 573 300 318
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‘ SKS-GII SKG/MSG Type \

Il Recommended Data for Profile Milling
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Ramping Helical interpolation @ Calculation of tool pass dia.

¢dc = ¢Dh - ¢Dc

Tool pass dia. Bore dia. Tool Dia.

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

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

¢Dc

@)
dp

@ In case of ramping and helical interpolation, apply 70% or less feed (Vf) from standard cutting condition table.

@ SPE (M) T100415ZPER-SM, SPMT100415ZPTR-PM
@ SPMT140520ZPER-SM, SPMT140520ZPTR-PM

Tool | Effective | Max. depth Ramping Helical interpolation
Cat.No. dia. |Cutting dia.| of cut: ap Max. Total cutting length | Min. Bore dia. [Max. Bore dia.
(mm) | (mm) (mm) ramping | atMax.(ap): L Dhmin. | Dhmax.
angle 6 (mm) (mm) (mm)
MSG-2025-10 25 10 1.0 1° 57.3 36 48
MSG-3032-10 32 17 1.0 1° 57.3 50 62
MSG-3035-10 35 20 1.0 1° 57.3 56 70
MSG-4040-10 40 25 1.0 1° 57.3 66 78
MSG-4042-10 42 27 1.0 1° 57.3 70 82
SKG-*050R-10 50 35 1.0 1° 57.3 86 98
SKG-5052R-10 52 37 1.0 1° 57.3 90 102
SKG-*063R-10 63 48 1.0 0°45' 76.4 112 124
SKG-6066R-10 66 51 1.0 0°45' 76.4 118 130
SKG-6080R-10 80 65 1.0 0°30' 114.6 146 158
SKG-4050R-14 50 28.8 1.8 1° 103.1 80 98
SKG-4052R-14 52 30.8 1.8 1° 103.1 84 102
SKG-*063R-14 63 41.8 1.8 0°45' 137.5 106 124
SKG-5066R-14 66 44.8 1.8 0°45' 137.5 112 130
SKG-5080R-14 80 58.8 1.8 0°30' 206.3 140 158
SKG-6100R-14 100 78.8 1.8 0°20' 206.3 180 198
SKG-6125R-14 125 123.8 1.8 0°20' 206.3 230 248
SKG-7160R-14 160 138.8 1.8 0°15' 412.5 300 318
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S Il Recommended cutting conditions

@ MSG Type + MSN shank
Tool dia.(mm)
2 25 8285 40/42
Material g 2N 3N AN

? dp de n V' 0 dap de n \'%i [} dap de n \'%i
(mm) | (mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (mm) | (min™) | (mm/min) | (mm) | (mm) | (mm) | (min) | (mm/min)

b | Jcgoso | ~75 |1 ~9 [2290|6,870| ~100|1 ~14 11,640 7,380| ~100| 1 ~24 11,430/ 8,580
Carbon stee
(S50, S55C) (Jgf,]\]f) 125/0.8 | ~9 (2290 6870| 150 0.8 | ~14 1,640 7,380| 150 0.8 |~24 | 1,430 8,580
below250HB | spiTPM | 175 0.6 | ~9 | 2290|6410| 210(0.6 | ~14|1640| 6800 210/0.6 | ~24 | 1430|8010
: JC8os0 | ~75 |1 ~9 1910|5730( ~100|1 ~14 11,3601 6,120 ~100| 1 ~24 11,190 7,140
Tool & die | icer1g) R
Slee ~ ~ I~
(skoer, sko11) | sPaw | 125 0.8 9 1910|5730 150{0.8 14|1,360|6,120| 150/0.8 |~24 |1,190|7,
below255HB" | SPMIPM | 175 0.6 | ~9 |1,910|5350| 210/0.6 | ~14|1360|5710| 210/0.6 |~24 |1,190] 6,660
Jcgoso | ~75 | 1 ~9 1,910|5730| ~100|1 ~14 11,360/ 6,120 ~100] 1 ~24 11,190 7,140
Mold steel (C8118)
(HPM,PX5P20) "oy | 125|108 | ~9 1,910 5730| 150[0.8 | ~14 1360 6120| 15008 |~24 11,190 7140
SPMEPM | 175|0.6 | ~9 |1,910(5350| 210{0.6 | ~14|1360|5710| 210/0.6 |~24 |1,190] 6,660
Jcs11g| ~75 |1 ~9 | 1,400 | 3,640 ~100|1 ~14 11,000 3,900| ~100|1 ~24 | 880] 4,580
(NA%HPS&?%)US(:SS\? 12508 | ~9 [1,400 3640| 150/0.8 | ~14|1,000 3900 150/08 |~24 | 880 4,580
SEASHRC | sowrem | 17506 | ~9 |1400(3360| 210/0.6 | ~14|1000] 3600] 210/0.6 |~24 | 8804220

~7510.6 ~9 1,270 |3,050| ~100/ 0.6 ~14| 910|3,280| ~100/0.6 | ~24 | 800 3,840

Hardened die | jcg11g

steel 12504 | ~9 [1270/3050| 150/0.4 | ~14| 910|3280| 150[0.4 | ~24 | 800 3840
(SKD61, DAC, DHA)| SPNW
A252HRC 17503 | ~9 [1270]2540| 210003 | ~14| 910/2730| 210/03 [~24 | 8003200
~751.2% | ~9 |2290| 6,870 | ~1001.2% | ~14| 1,640 7,380| ~100 1.2 | ~24 | 1430|8580
Gery & Nodular| Jos11g |_~7> | 12X |~ 100]1.2% | ~14 1,640 7,380 *
C(?gtF'ég)n SPNW | 1251 ~9 (22906870 1501 ~14|1,640|7,380| 1501 ~24 [1,430] 8,580
’ SPMTPM
below S00H8 175/08 | ~9 2290|6870 210(0.8 | ~14| 1640|7380 210/08 |~24 |1430]8580
~75 )1 ~9 11,910/3,820| ~100|1 ~14 11,360 | 4,080 ~100| 1 ~24 1,190 | 4,760

Stainless steel | JC7550
(SUS304) SPMTISM | 125 0.8 ~9 11910(3,820( 150/0.8 ~1411,360| 4,080| 150/0.8 ~24 11,190 4,760

below 250HB | SpETSM
175 0.6 ~9 11,660 2990| 210/0.6 ~1411,180| 3,190 210/0.6 |~24 |1,030) 3710
~75 |1 ~9 | 760 | 910 | ~100/1 ~14| 550 990( ~100|1 ~24 | 480 1,150

. DS150

Tut?Tr;_léjlmgloy SPMTSM | 12508 | ~9 | 760 | 910 | 150/0.8 | ~14| 550 990 150[0.8 |~24 | 480|150
PN 1175106 | ~9 | 760 | 760 | 21006 | ~14| 550 830| 21006 |~24 | 480] 960

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a #50 BT machine.)
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.

% :ap=1.0 when using SPMT10/SPET10 insert.
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Il Recommended cutting conditions 2
@ SKG10 Type
Tool dia.(mm)
g 50 50/52 63
Material | S AN 5N 5N

? dp de n A% ? dp de n A% ? dp de n A%
(mm) | (mm) | (mm) | (min?) | (mm/min) | (mm) | (mm) | (mm) | (min™) | (nm/min) | (mm) | (mm) | (mm) | (min?) | (mm/min)
Jcsos | ~190 1.5% | ~32[1,020[7,340] ~150[1.5% | ~321,020] 9,180[ ~150[ 1.5% | ~44 [ 810 [ 7,290
Carbon steel |(jcg11)|200/1:2% | ~32[1,020] 7,340 200 1.2k | ~321,020] 9,180 200/ 1.5% | ~44 | 810 | 7,290
(s50¢,5550) | spnw | 25008 | ~32| 890|5340| 250[0.8 | ~32| 890] 6,680 250 1.2% | ~44 | 710 | 5330
below 250H8 | spyren | 300[0.6 | ~32 | 830|4980| 300[0.6 | ~32| 830| 6,230 300 1 ~44 | 660 | 4,950
350/0.5 | ~32| 830!4650] 350/0.5 | ~32| 830] 5810 350/0.5 | ~44 | 660 | 4,620
~150[ 1.5% | ~32[1,020] 7,340| ~150[1.5% | ~32[1,020] 9,180] ~150[1.5% | ~44 | 810 | 7,290
Tool & die dgg?fg\ 200/ 1.2% | ~32[1,020| 7,340 200/1.2% | ~32|1,020] 9,180] 200[1.5% | ~44 | 810 | 7,290
(SKD&?S‘*}{DH) SPNW |_250[0.8 | ~32] 890|5340| 250/0.8 | ~32| 890| 6,680 250[1.2% | ~44 | 710 | 5330
below255HB " | spyrey | 300/0.6 | ~32| 830|4980| 30006 | ~32| 830| 6,230 300 1 ~44 | 660 | 4,950
350105 | ~32] 830]4,650| 350105 | ~32| 830] 5810] 350/0.5 | ~44 | 660 | 4,620
Jcaoso | ~150/ 1.5% | ~32[1,020(7,340[ ~150| 1.5% | ~32[1,020] 9,180] ~150/1.5% | ~44 | 810 | 7,290
Mold steel |(jcg11g)_200] 1-2% | ~321,020]7340| 200[1.25k | ~321,020] 9,180 200/ 1.5% | ~44 | 810 | 7,290
(HPM7, PX5,P20) "oy | 250/0.8 | ~32| 890|5340| 250108 | ~32| 890| 6,680 250|1.2% | ~44 | 710 | 5330
30-36HRC | eyrow | 300[0.6 | ~32| 830)4980| 300/0.6 | ~32| 830] 6230 3001 ~44 | 660 | 4,950
350105 | ~32| 830]4,650| 350105 | ~32| 830] 5810] 350/0.5 | ~44 | 660 | 4,620
~150] 1.2% [ ~32] 700]4200] ~150]1.2% [ ~32] 700 5250 ~150]1.2% [ ~44 | 560 [ 4,200

~

(NA'\élé?)lﬂF’sﬁ!zn(jgggég) 200/ 1 ~32| 700 4200] 2001 ~32 | 700] 5250] 200[1.2% | ~44 | 560 | 4200
St | sonw | 250[0.7 | ~32| 640] 3840 25007 | ~32| 640 4800 250[1 | ~44 | 510 | 3,830
oumey | 300[0.6 | ~32| 510] 2860| 300[0.6 | ~32| 510| 3570 300/0.5 | ~44 | 400 | 2800

350 - | - | - | - [ 35 - | -1 -] -[3% -1-1-1-

Hordened die ~150] 1 ~32 | 640 3,580] ~150| 1 ~32 | 640] 4480 ~1501 | ~44 | 510 | 3570
steel | cairg| 200[0.8 | ~32| 640/3330| 200/0.8 | ~32| 640| 4160 200/0.8 | ~44 | 510 | 3320

(SKD61, DAC, DHA)
42°52HRC SPNW

25010.6 | ~32| 640/3070] 250/0.6 | ~32| 640] 3,840 250/0.6 | ~44 | 510 | 3,060
300 - - - - | 300 - - - - | 300 - - - -
350] - - - - | 350 - - - - | 350 - - - -
~150[ 1.5% | ~32[1,150] 8,280 ~150]1.5% | ~32[1,150(10,350] ~150]1.5% | ~44 | 910 | 8,190
Gery & Nodular|Jcs118 [ 200[1.5% | ~32 1,150 8,280 200|1.5% | ~32[1,150(10,350] 200[1.5% | ~44 | 910 | 8,190
Geation | spNw | 250(1.2% | ~32 1,150 6900| 250 1.2% | ~32 1,150 8630 250 1.2% | ~44 | 910 | 6830
below 30018 | MMM | 300[0.8 | ~32[1,020]6,120] 300[0.8 | ~32[1,020] 7,650] 300[0.8 | ~44 | 810 | 6,080
350105 | ~3211,02006,120] 350105 | ~3211,020] 7650 350/0.5 | ~44 | 810 | 6,080
~150] 1 ~32[ 950]4,940] ~150]1 ~32] 950] 6,180] ~150]1 ~44 | 760 | 5320
Stainless steel [ JC7550 | 2001 ~32| 950]4940] 2001 ~32] 950] 6,180 200/1 ~44 | 760 | 4,940
(Susso4) | SMFSM [ 250/0.8 | ~32| 830[3980| 250[0.8 | ~32| 830| 4980 250[0.8 | ~44 | 660 | 3,960
below 250HB | SPEFSM | 300(0.6 | ~32| 760]3,040| 300/0.6 | ~32| 760] 3,800] 300(0.6 | ~44 | 610 | 3,050
350/04 | ~32] 640]2560] 35004 | ~32] 640| 32000 350[0.5 | ~44 | 510 | 2,550
~150] 1 ~32] 380] 910] ~1501 ~32] 380[ 1,140] ~150[1 ~44 | 300 [ 900
Titanium alloy | DS150 [ 200[08 | ~32| 380] 910| 200[08 | ~32| 380 1,140 200[0.8 | ~44 [ 300 | 900
(Tisalay) | s | 250[0.6 | ~32 380| 760| 250[0.6 | ~32 380| 950| 250[0.6 | ~44 | 300 | 750
sersM | 300/0.4 | ~32| 380] 610 300/0.4 | ~32] 380] 760| 300/0.4 | ~44 | 300 | 600

350 - - s - | 350 - - - - | 350] - - - -

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a #50 BT machine.)
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.

% :ap=1.0 when using SPMT10/SPET10 insert.
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@ SKG10 Type
Tool dia.(mm)
g 63/66 80
Material g 6N 6N

(] dp de n Vf ? dp de n Vf
(mm) | (mm) | (mm) | (minT) | (mm/min) | (mm) | (mm) | (mm) | (min™) | (mm/min)
Lcaoso | =150/ 1.5% [ ~44 [ 810 [8750] ~150]1.5% | ~60 | 640 [ 6910
Carbon steel |(cg11g)| 200/ 1.5% | ~44 | 810 |8750| 200/1.5% | ~60 | 640 | 6910
(5500, 5550) | spnw | 250/1.2%| ~42 | 710 | 6,390| 250[1.2% | ~55 | 560 | 5040
below 25018 | spyrent | 30011 ~42 | 660 | 5940| 3001 ~55 | 520 | 4,680
350/0.5 | ~42 | 660 | 5540 350[0.5 | ~55 | 520 | 4370
~150(1.5% | ~44 | 810 | 8,750| ~150]1.5% | ~60 | 640 | 6,910
Tool & die (jgg??g\ 200[1.5% | ~44 | 810 | 8,750] 200/ 1.5% | ~60 | 640 | 6910
(SKDg}Fs‘;’}le SPNW | 250/ 1.2 | ~42 | 710 | 6,390| 250|1.2% | ~55 | 560 | 5040
below 255HB " | gpyrayt | 300! 1 ~42 | 660 | 5940| 300[1 ~55 | 520 | 4,680
3500.5 | ~42 | 660 |5540| 350[0.5 | ~55 | 520 | 4370
Lcs0sp |_~150[ 1.5% [ ~44 [ 810 [8,750] ~150/1.5% | ~60 | 640 | 6,910
Mold steel |(jca11g)| 200/ 1.5% | ~44 | 810 | 8750 200|1.5% | ~60 | 640 | 6910
(HPM7, PX5, P20) | “spry | 250] 1.2% | ~42 | 710 | 6,390 250|1.2% | ~55 | 560 | 5040
S0-36HRC | covroy | 30011 ~42 | 660 |5940| 3001 ~55 | 520 | 4,680
350105 | ~42 | 660 | 5540| 350[0.5 | ~55 | 520 | 4370
~150[1.2% [ ~44 | 560 | 5040] ~150]1.2% | ~60 | 440 | 3,960

(NA'\}diHPSht,ﬁeF!m) dggg;g\ 200/ 1.2% | ~44 | 560 | 5040| 200/ 1.2% | ~60 | 440 | 3960

3843HRG | spNw 250/ 1 ~42 | 510 | 4590| 250[1 ~55 | 400 | 3,600
surew | 300[05 | ~42 | 400 | 3360 300[05 | ~55 | 320 | 2,690

350 - | - | - | - |50 - | - | - -
- ~150] 1 ~44 | 510 | 4,280] ~150] 1 ~60 | 400 | 3,360

Hardened d ' '
e Lcgt1a|200[0.8 | ~44 | 510 [3980| 200/0.8 | ~60 | 400 | 3,120

(SKD61, DAC, DHA)
42’52HRC | SPNW

250(0.6 | ~42 | 510 |3,670| 2500.6 | ~55 | 400 | 2,880
30 - | - | - | -1]30 - | -] -] -
30 - | - | - | - 130 - | - | - | -
~150[1.5% | ~44 | 910 [ 9,830] ~150[1.5% | ~60 | 720 [ 7,780
Gery & Nodular| Jc8118 | 200|1.5% | ~44 | 910 | 9,830| 200|1.5% | ~60 | 720 | 7,780
Ceotioon | sew | 250(1.2% | ~42 | 910 [8,190| 250[1.2% | ~55 | 720 | 6480

below 30048 | SMFM | 300]0.8 | ~42 | 810 7,290 300/0.8 | ~55 | 640 | 5760

350(0.5 | ~42 | 810 [7,290| 350(0.5 | ~55 | 640 | 5760
~150[ 1 ~44 | 760 [ 6,380] ~150]1 ~60 | 600 [ 5,040
Stainless steel | /C7550 | 200] 1 ~44 | 760 | 5930 200[1 ~60 | 600 | 4,680
(SUS304) | SPMFSM | 250/0.8 | ~42 | 660 | 4,750 250[0.8 | ~55 | 520 | 3,740

below250HB | SPETSM | 300/0.6 | ~42 | 610 | 3,660| 300/0.6 | ~55 | 480 | 2,880
350/0.5 | ~42 | 510 [3060| 350/0.5 | ~55 | 400 | 2,400
~150[1 ~44 | 300 [1,080] ~150[1 ~60 | 240 | 860
- DS150 | 200/0.8 | ~44 | 300 | 1,080 200[0.8 | ~60 | 240 | 860
Titanium alloy | s | 250(0.6 | ~42 | 300 | 900] 250[0.6 | ~55 | 240 | 720
SPEFSM | 300{0.4 | ~42 | 300 | 720 300[0.4 | ~55 | 240 | 580

30 - | - [ - [ -[30 - [ -[]-7] -

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a #50 BT machine.)
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.

% : ap=1.0 when using SPMT10/SPET10 insert.
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