Tooling by DIJET

Il HEPTA MILL- High Feed Mill with 7 Cutting-Edge r_ r‘ g ?
G-B@dy Face Milling Copy Milling Pocket Milling He\icaHmerpn\Aw Plunge Milling

@ Max. Depth of cut 5mm at fz=1Tmm/tooth is possible.

® Insert with thickness 6.35mm is durable for heavy roughing.

@ Heptagonal insert with unique geometry for lower cutting force.
® Double clamping system

@ Multi functional cutter for ramping, pocket milling , plunging.
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g Dimensions (mm) Parts )
Cat.No. S| £ Arbor set bolt = |Inserts | Fig
3 S | ¢Dc |DCX| Lf | @Db| @d [@d1 | a | b | ¢ Screw |Wrench| -3 !
= =
HEP-3050R-08-22 | ® | 3 [36.7| 50 | 65 | 47 2 9.6 104 63 19 M10X1.5X25* 0.9 | 3
HEP-4063R-08-22 | ® 4 1495l 63 | 50 | 60 17 ST 20 M10 1.1
HEP-4063R-08-27 | ® ' 77 | 20 1124l 7 | 2 M12X1.75X30* | = A20 1.1 :
HEP-5080R-08-27 | ® | 5 |66.6 | 80 | 55 | 76 ' M12X1.75X40* 5 1.9 § 1
HEP-6100R-08-32 | ® | 6 | 86.6 | 100 % | 32 | 2% |144] 8 |32 | Miexax4s* | = 36| &
HEP-7125R-08-40 | ® | 7 (111.6] 125 | 70 1001 20 | 32 1164 9 35 M20X2.5X45* = 55| >
HEP-8160R-08-40 | ® | 8 [146.6| 160 ' M20X2.5X45* A20L 8.4 |
HEP-9200R-08-60 | ® | 9 [186.6| 200 | 65 | 140 | 60 | 140 | 254|143 | 40 M16 10.2 2

Screw Torque(N.m)
DSW-4512H 6
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M Insert

Fig 1

JC8050
JC7560

JC5118
JC8015

Fig 2

JC8050
JC7560

Fig 6
] Wiper flat
Q m,
=
I PVD Coating Dimensions(mm)
Cat.No. S Fig.
= |JC5040|JC7550|JC7560 | JC8OT1 | JCBOT5 | JCBOS50 | JC8118 | RE IC 5 AN
|_
XDMWO080620ZTR (J ® () [ ) o 2 1
XDMWO080635ZTR-S o 35 | 175 | 6.35 4
XDMT080620ZER M ( () () () 9 15 2
XDMT080620ZER-ML [ ] () 17.341 6.5 3
XDMT080708ZER O 0.8 186 | 7.5 5
XDHWO080610ZER-W H ( 4 17.5 | 6.35 6
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Tooling by DIJET

‘ HEPTA MILL HEP Type \

Il Recommended cutting conditions

GENERAL CUTTING

Tool dia.(mm)

50 63

Material Insert Grade 3N 4N
ap de n Vf { ap de n Vf
(mm) | (mm) | (mm) | (min™) |(mm/min)[ (mm) | (mm) | (mm) | (min) |(mm/min)
- | xoumosneaozer | scrseo 100 | 4 | ~35] 900 |2200] 100 | 4 | ~42] 700 |2,300
Aarsnee! | (XDMW0B0620ZTR) | (JC5040)| 150 | 3.5 | ~35| 800 |1,700| 150 | 3.5 | ~42| 650 |1,800
below250H8 | [XDMW0B0620ZTR]| [JC7560] | 900 | 3 | ~35| 700 |1,300] 200 | 3 | ~42| 600 | 1,500
Tool & die steel | XDMTO80620ZER | JC7560 100 | 3 ~35| 900 |1,900| 100 | 3 ~42 | 700 (2,000
(SKDe1,SkD1T) | (XDMW080620ZTR) | (JC5040)| 150 | 2.5 | ~35| 800 | 1,400 150 | 2.5 | ~42| 650 | 1,600
Pelow255H8. | [XDMW080620ZTR] | 1C75601 | 509 | 2.5 | ~35| 700 |1,050| 200 | 2.5 | ~42| 600 |1,200
Vold steal | YOMTOB0620ZER | Jcs118 | 100 | 3 | ~35[ 900 [1,900] 100 [ 3 [ ~42] 700 2,000
(HPM7, PX5,P20) | (XDMTO80620ZER) [ (JC7560)| 150 | 2.5 | ~35| 800 |1,400| 150 | 2.5 | ~42| 650 | 1,600
IR xomMwo806207TRI | [UCS0401 [ 900 | 9.5 | ~35| 700 | 1,050 200 | 2.5 | ~42 600 1,200
S XDMT080620ZER | Jcg11s | 100 | 3 ~35] 650 [1,400| 100 | 3 ~42 | 500 |1,400
(NAKGDHPWT P21) | (XDMTO80620ZER) |(JC8015)| 150 | 2.5 | ~35| 600 | 1,100 150 | 2.5 | ~42| 450 |1,100
343HRC | [XDMWOB0620ZTR] | [JC8118] | 900 | 2.5 | ~35) 500 | 750| 200 | 2.5 | ~42| 400 | 700
Hardened die | XDMT080620ZER | Jcg11g | 100 | 2 ~25| 450 | 550| 100 | 2 ~30| 450 | 700
K06 et sy | (XOMTOB0620ZER) | (JC8015)| 150 | 1.5 | ~25| 400 | 450| 150 | 1.5 | ~30 400 | 600
4250HRC | [XDMWOB0620ZTR] | [JC8118] | 900 | 15 | ~25 350 | 320| 200 | 1.5 | ~30| 300 | 350
Grey castiron | XOMMW080620zTR | Jcgots | 100 | 5 | ~35] 900 [2,700[ 100 [ 5 | ~42] 700 |2,800
(FC2s0) | (XDMW0B0620ZTR) | (JC8118)| 150 | 4 ~35| 800 |2,400( 150 | 4 ~42| 600 | 2,400
[XOMW0806202TRS] | LIC801S] 900 | 3.5 | ~35| 700 |1,800| 200 | 3.5 | ~42| 550 |2,000
Nodular cast iron | XOMWOB0620ZTR | JC8015 100 | 4 ~35| 750 |1,800| 100 | 4 ~42| 600 |2,000
(FCD700) (XDMWO080620ZTR) [ (JC8118)| 150 | 3 ~35| 680 [ 1,350 150 | 3 ~42 | 550 1,450
173008 [XDMW0B0620ZTRS] | LJC801S] 900 | 2.5 | ~35| 600 |1,000| 200 | 2.5 | ~42| 500 | 1,150
rusteniic | XOMTOB0620Z€R | Jcgoso | 100 | 4 | ~35] 800 [1,200[ 100 | 4 | ~42] 650 [1,200
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 3.5 | ~35| 700 | 1,000/ 150 | 3.5 | ~42| 600 |1,000
(SUS304, 316, 317) 17Cr| (Y p\T080620ZER-ML] | [JC7550] 200 | 3 351 600 | 7001 200 | 3 VAR
o XOMTOB0620ZERML | Jc7550 | 100 | 3 | ~30] 380 [ 250[ 100 | 3 | ~38[ 300 | 250
Titanium alloy | (xoMT0806202€R) | (JC5040)| 150 | 2.5 | ~30| 320 | 150| 150 | 2.5 | ~38| 250 | 150
3543HRC | [XDMT080620ZER] | [JC8118] [ 900 | 2.5 | ~30| 250 | 120| 200 | 2.5 | ~38| 200 | 120
| XOMTO80620ZERML | Jcs11a | 100 | 2 [ ~25[ 200 [ 120 100 [ 2 | ~30[ 150 | 120
Heat resistant alloyl (xpmT0806202ER) | (JC8118)| 150 | 1.5 | ~25| 160 | 80| 150 | 1.5 | ~30| 120 | 80
35-43HRC [XoMT080620ZER] |LJC8015][ 900 | 15 | ~25| 120 | 60l 200 | 15 | ~30! 100 | 60

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. Use air blow.

4. XDMW080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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‘ HEPTA MILL HEP Type \

Il Recommended cutting conditions

GENERAL CUTTING
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Tool dia.(mm)

80 100

Material Insert Grade oN 6N
? ap de n \'i ? dp de n \'i
(mm) | (mm) | (mm) | (min?) |(mm/min)| (mm) | (mm) | (mm) | (min) |(mm/min)
b | xomososzozen | scrseo 100 | 4 | ~55] 550 [2,200] 100 | 4 | ~70] 450 |2,200
C(ggogpsgggf (XDMWO80620ZTR) | (JC5040)| 150 | 4 ~55| 500 |1,800( 150 | 4 ~70| 400 1,700
below250r8 | [XDMW0B0620ZTR]| [JC7560] | 900 | 3.5 | ~55| 450 |1.400| 200 | 3.5 | ~70| 350 | 1,300
Tool & die steel | XOMTOB0620ZER | JC7560 100 | 3 ~55| 550 {2,000{ 100 | 3 ~70| 450 {1,900
(sbK||351,235}§|I)_I1B1) (XDMW080620ZTR) | (JC5040)| 150 | 3 ~55| 500 |1,500| 150 | 3 ~70| 400 |1,500
e [(XDMW08B0620ZTR] | [IC75601 | 900 | 2.5 | ~55| 450 |1.100| 200 | 2.5 | ~70| 350 | 1,100
Mold steel XDMT080620ZER | Jcs11g | 100 | 3 ~55| 550 |2,000{ 100 | 3 ~70| 450 | 1,900
(HP%?éE)I(_ISéEZO) (XDMT080620ZER) |(JC7560)| 150 | 3 ~55| 500 |[1,500] 150 | 3 ~70 400 |1,500
[(XDMW08B0620ZTR] | [JCS0401 [ 900 | 2.5 | ~55 450 |1.100| 200 | 2.5 | ~70| 350 | 1,100
(NAKGO.ripwi1 P21) | (XDMTO80620ZER) |(JC8015)| 150 | 3 | ~55| 350 |1,050{ 150 | 3 | ~70| 300 | 1,200
SB4SHRC | [XDMWO80620ZTR] | [JC8118] | 900 | 2.5 | ~55| 300 | 800| 200 | 2.5 | ~70| 250 | 800
Hardened die | XDMT080620ZER | Jeg11s | 100 | 2 | ~40) 350 | 700j 100 | 2 | ~50 250 | 600
(SKD;ngg oy | (XOMT080620ZER) |(JCB015)| 150 | 2 | ~40| 300 | 600| 150 | 2 | ~50 200 | 500
4252HRC | [XDMWOB0620ZTR] | [JC8118] | 900 | 15 | ~40| 250 | 400| 200 | 1.5 | ~50| 160 | 400
Grey castiron | XOMWO80620ZTR | Jcsots | 100 | 5 | ~55] 550 [2,750] 100 | 5 | ~70] 450 [2,700
(FC250) | (XDMWOB0620ZTR) | (JC8118)| 150 | 5 | ~55| 500 |2,400| 150 | 5 | ~70 | 400 |2,400
[XOMW0806202TR] | LJC8015 | 900 | 4 | ~55| 450 |1.800| 200 | 4 | ~70] 350 | 2,000
Nodular castiron | XOMWOB0620ZTR | JC8015 100 | 4 ~551 450 |1,750( 100 | 4 ~70| 380 1,800
(FCD700) (XDMW080620ZTR) [ (JC8118)| 150 | 4 ~55] 400 |1,350| 150 | 4 ~70| 350 |1,350
V73008 [XOMW080620ZTRS] | LJC801S] 900 | 3 | ~55| 380 |1.000| 200 | 3 | ~70| 300 | 1,150
rusteniic | XOMTOB06207€R | Jceoso | 100 | 4 | ~55] 500 [1,200] 100 | 4 | ~70] 400 [1,100
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 ~55| 450 | 900| 150 | 4 ~70| 350 |1,000
(SUS34 516 31717CH| [XoMTOB0620ZERML | [CT550][ 900 | 3.5 | ~55| 400 | 800| 200 | 3.5 | ~70| 300 | 700
- XOMTO80620ZERML | Jc7s50 | 100 | 3 | ~50] 240 [ 240 100 | 3 | ~60] 200 | 240
Titanium alloy | (xMT0806202€R) | (JC5040)| 150 | 3 | ~50| 200 | 150| 150 | 3 | ~60| 160 | 150
3543HRC | [XDMT080620ZER] | [JC8118] [ 900 | 2.5 | ~50| 160 | 120] 200 | 2.5 | ~60| 130 | 120
Heat resistant alloy) (xpmT0806202ER) |(JC8118)| 150 | 2 | ~40| 100 | 75150 | 2 | ~50| 80 | 70
35-43HRC [XDMTO080620ZER] | [JC8015] 200 | 1.5 ~40 80 60| 200 | 1.5 ~50 70 60

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. Use air blow.

4. XDMWO080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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Tooling by DIJET

‘ HEPTA MILL HEP Type \

Il Recommended cutting conditions

GENERAL CUTTING

Tool dia.(mm)

125 160

Material Insert Grade /N 8N
? ap de n \'i ? ap de n Vi
(mm) | (mm) | (mm) | (min7) |(mm/min)| (mm) | (mm) | (mm) | (min) |(mm/min)
ot | xouTososaozen | Jczsso 100 | 4 | ~90| 350 {2,000 100 | 4 | ~120| 300 /1,900
(ggogﬁsgggf (XDMW080620ZTR) | (JC5040)| 150 | 4 | ~90| 320 |1,600| 150 | 4 | ~120| 260 |1,500
below250H8 | [XDMW0B0620ZTR] | [IC75601 | 900 | 4 | ~90| 300 |1,300| 200 | 4 | ~120] 220 1,100
Tool & die steel | XOMTOB0620ZER | JC7560 100 | 3 ~90| 350 |1,700{ 100 | 3 | ~120| 300 |1,700
(sbK||351,235}§|I)_I1B1) (XDMW080620ZTR) [ (JC5040)| 150 3 ~90| 320 1,350 150 3 ~120| 260 | 1,250
eon [(xDMW08B0620ZTR] | [IC75601 | 900 | 3 | ~90| 300 |1,050| 200 | 3 | ~120] 220 | 900
Mold steel XDMT080620ZER | Jcs118 | 100 | 3 ~90 | 350 |1,700( 100 | 3 | ~120| 300 |1,700
(HP%?éE)I(-ISIi(?ZO) (XDMT080620ZER) | (JC7560)| 150 3 ~90| 320 |1,350( 150 3 ~1201 260 |1,250
[XDMWO0806202TR] | [JCS0401 | 900 | 3 | ~90| 300 |1,050| 200 | 3 | ~120| 220 | 900
ol steal | XOMTOB0G20ZER | Jc8118 100 | 3 | ~90| 300 [1,500| 100 | 3 | ~120| 250 |1,400
(NAKGHPWT P21) | (XDMTO80620ZER) |(JC8015)[ 150 | 3 | ~90| 250 [1,100{ 150 | 3 | ~120/ 200 |1,000
SB4SHRC | [XDMWO080620ZTRI | [UC8118] [ 900 | 3 | ~90| 200 | 750| 200 | 3 | ~120] 150 | 600
Hardened die | XDMT080620zER | Jeg11g | 100 | 2 | ~60) 200 | 550/ 100 | 2 | ~80 170 | 550
(SKD6$T§§g oy | (XOMTOB0620ZER) | (JCB0T5)| 150 | 2 | ~60| 150 | 400| 150 | 2 | ~B0| 150 | 500
Grey castiron | XOMWO80620ZTR | Jcgots | 100 | 5 | ~90| 350 |2,450] 100 | 5 | ~120 300 |2,250
Feas0) | (XOMW0806202TR) | (JC8118)| 150 | 5 | ~90| 320 [2,200| 150 | 5 | ~120] 260 |2,100
[XoMW0s0620ZTRS] |LJC8015] 900 | 5 | ~90| 280 |1,800{ 200 | 5 | ~120] 220 |1,700
Nodular castiron | XOMWOB0620ZTR | JC8015 100 4 ~90| 300 |[1,700( 100 4 ~120| 250 |1,500
(FCD700) (XDMW080620ZTR) | (JC8118)| 150 | 4 ~90| 270 |1,250( 150 | 4 | ~120| 220 |1,200
V7OS00R8 1 [DMWOB0620ZTRS] | LJC801S][ 500 | 3 | ~90| 250 1,000 200 | 4 | ~120, 180 | 950
Austentic XDMT080620ZER | Jcgoso | 100 | 4 | ~90| 300 [1,000] 100 | 4 | ~120 240 | 900
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 ~90| 250 | 800( 150 | 4 | ~120| 200 | 750
(SUSSOA 316 317701 OMTOB0620ZERML [ [JCT5501 909 | 3 | ~90 | 220 | 650| 200 | 3 | ~120] 180 | 600
- XDMTOS0620ZERML | Jc7550 | 100 | 3 | ~75] 160 | 220/ 100 | 3 | ~100] 120 | 200
Titanium alloy | (xoMT0806202ER) | (JC5040)| 150 | 3 | ~75| 130 | 140| 150 | 3 | ~100] 100 | 120
Heat resistant alloy) (xpmT0806202ER) | (JC8118)| 150 | 2 | ~60| 65| 70150 | 2 | ~80 50 | 60
35-43HRC [XDMTO080620ZER] | [JC8015] 200 2 ~60 50 50| 200 2 ~80 40 50

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. Use air blow.

4. XDMWO080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.




Tooling by DIJET

‘ HEPTA MILL HEP Type \

M Recommended cutting conditions

GENERAL CUTTING

Tool dia.(mm)
200

Material Insert Grade - 2N . v
(mem) (mrFT]1) (mr?w) (min) | (mm/min)
Carh || YDMTOBO620ZER | JC7560 100 | 4 | ~150] 220 | 1,600
aronsteel | (xoMw0806202TR) | (JC5040)| 150 | 4 | ~150] 200 |1,300
below 2508 | [XDMWO080620ZTR]| [JC7560] | 500 | 4 | ~150/ 180 | 1.000
, XDMT080620ZER | Jc7560 | 100 | 3 | ~150) 220 | 1,400
Tools die steel | (xomwos06202TR) | (JC5040) | 150 | 3 | ~150| 200 | 1,100
below 255HB | [XDMW080620ZTR] | [JC7560] 200 | 3 | ~150/ 180 | 800
Mold steel | XOMT080620ZER | Jcg11g [ 100 | 3 | ~150) 220 |1,400
(HPM7,PX5,P20) | (XDMT080620ZER) | (JC7560)| 150 | 3 | ~150| 200 | 1,100
3036 HRC [XDMW080620ZTR] | [C50401 [ 900 | 3 | ~150/ 180 | 800
Mold steel | DMTOBU620ZER | JCB118 100 | 3 | ~150 200 |1,100
(NAKSO,HPMT,P21) | (XDMT080620ZER) | (JC8015)( 150 | 3 | ~150 170 | 1,000
343HRC | [XDMW080620ZTR] | [UC8118] [ 500 | 3 | ~150] 130 | 600
Hardened die | XDMT080620ZER | Jcg11g | 100 | 2 | ~100] 140 | 500
k065 St oy | (XDMTOB0620ZER) | (JC8015)| 150 | 2 | ~100] 120 | 450
as2HRc | [XOMWOB0620ZTR] | UC8118] [ 500 T 2 | ~100 100 | 280
Grey castiron | XDMW080620ZTR | Jcgo15 | 100 | 5 | ~150] 220 2,000
o2 (XDMW080620ZTR) | (JC8118)| 150 | 5 | ~150| 200 | 1,800
[XOMWOB0620ZTRS] | [JC8015)[ 500 | 5 | ~150 180 |1.400
Nodular castiron | XOMW0806202TR | Jcgots | 100 | 4 | ~150] 180 /1,350
(FCD700) (XDMWO080620ZTR) | (JC8118)| 150 | 4 | ~150, 170 |1,000
1703008 | [XDMWO806202TRS] | [UC8015] [ 00 | 3 | ~150] 150 | 800
Austenitic | XOMT080620ZER | Jcgoso | 100 | 4 | ~150) 200 | 800
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 | ~150| 160 | 650
(SUS304, 316, 117G [xpMT080620ZERML [ [UC75501[ 500 | 3 | ~150 140 | 550
o XDMT080620ZER-ML | Jc7550 | 100 | 3 | ~120] 100 | 180
Titanium alloy | (xpMT080620ZER) | (JC5040) [ 150 | 3 | ~120) 80 | 110
35-43HRC [XDMT080620ZER] | [JC8118] 200 | 3 | ~120] 60 30
. XDMT080620ZERML | Jcg11g | 100 | 2 | ~100] 50 | 90
Heat resistant alloy) (xpIT0806202ER) |(JC8118)| 150 | 2 | ~100] 40 | 60
3543HRC [XDMT080620ZER] [JC8015]| 500 | 2 | ~100] 30 | 40

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. Use air blow.

4. XDMW080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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Tooling by DIJET

‘ HEPTA MILL HEP Type \

M Recommended cutting conditions

UNSTABLE CUTTING

Tool dia.(mm)

50 63

Material Insert Grade 3N 4N
[} ap de n Vit [} ap de n \'i
(mm) | (mm) | (mm) | (min”) |(mm/min)[ (mm) | (mm) | (mm) | (min") |(mm/min)
. R 100 | 4 | ~35| 750 [1,800| 100 | 4 | ~42| 600 | 1,950
Aarsneel | (XOMW0B0620ZTR) | (JC5040)| 150 | 3.5 | ~35| 680 |1,450| 150 | 3.5 | ~42| 550 |1,500
below250H8 | [XDMW0B0620ZTR]| [JC7560] | 900 | 3 | ~35| 600 | 1,100 200 | 3 | ~42| 500 | 1,300
N XDMT080620ZER | Jc7560 | 100 | 3 ~35| 750 {1,600 100 | 3 ~42| 600 1,700
(SIJK?61'285K5[|)—{1|31) (XDMW080620ZTR) | (JC5040)| 150 | 2.5 | ~35| 680 |1,200| 150 | 2.5 | ~42| 550 | 1,350
e [XDMW080620ZTR] | [JC75601 [ 900 | 2.5 | ~35| 600 | 900| 200 | 2.5 | ~42| 500 |1,000
Mold steel XDMT080620ZER | Jcs11g | 100 | 3 ~35| 750 |1,600( 100 | 3 ~42 | 600 | 1,700
(HPM7, PX5,P20) | (XDMT080620ZER) | (JC7560)| 150 | 2.5 | ~35| 680 |1,200( 150 | 2.5 | ~42 | 550 |1,350
SIOTRE | [xDMW0B0620ZTR] | ICS040] | 900 | 2.5 | ~35| 600 | 900| 200 | 2.5 | ~42| 500 | 1,000
N XDMT080620ZER | Jcg11s | 100 | 3 ~35| 550 |1,100( 100 | 3 ~42 | 450 1,250
(NAKE0 P P21) | (XDMT080620ZER) |(JC8015)| 150 | 2.5 | ~35] 500 | 900 150 | 2.5 | ~42| 400 |1,000
SG4SHRC | [XDMWO80620ZTR] | [JC8118] | 900 | 9.5 | ~35| 400 | 600| 200 | 2.5 | ~42| 350 | 700
Hardened die | XDMT080620ZER | Jcs11g | 100 | 2 ~25| 450 | 450| 100 | 2 ~30| 450 | 550
(SK06$t§§g orsy | (XOMTOB0620ZER) | (JC8015)| 150 | 1.5 | ~25| 400 | 350| 150 | 1.5 | ~30| 400 | 500
4252HRC | [XDMWOB0620ZTR] | [JC8118] | 900 | 15 | ~25| 350 | 250| 200 | 1.5 | ~30| 300 | 300
Grey castiron | XDMWO080620ZTR | JC8015 100 | 5 ~35| 750 |2,250( 100 | 5 ~42 | 600 | 2,400
[(FC2s0) | (XDMWOB0620ZTR) | (JC8118)| 150 | 4 ~35| 680 2,000 150 | 4 ~42 | 550 |2,200
[XOMW0806202TRS] | [JC80151| 900 | 3.5 | ~35| 600 |1.500| 200 | 3.5 | ~42| 500 | 1,700
Nodular castiron | XOMWO80620ZTR | JC8015 100 | 4 ~35| 650 | 1,400 100 | 4 ~42| 550 | 1,500
(FCD700) (XDMW080620ZTR) | (JC8118)| 150 | 3 ~35| 600 [1,100| 150 | 3 ~42 | 500 | 1,200
170008 | [XDMW0B0620ZTR ] | LUC8OTS] [ 00 | 2.5 | ~35| 500 | 750| 200 | 2.5 | ~42| 400 | 800
rustenitic | YOMT080620zER | Jceoso | 100 | 4 | ~35] 650 [1,000] 100 | 4 | ~42] 500 |1,000
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 3.5 | ~35| 550 | 800| 150 | 3.5 | ~42| 450 | 800
(SUSSDA 16 3177701 xoMTO0620ZERMLI[JCT550) 900 | 3 | ~35| 500 | 550| 200 | 3 | ~42| 400 | 650
o XDMT080620ZER-ML | Jc7550 | 100 | 3 ~30 | 300 | 200| 100 | 3 ~38| 240 | 200
Titenium alloy | (xDMT0806202ER) | (JC5040)| 150 | 2.5 | ~30| 250 | 120| 150 | 2.5 | ~38) 200 | 120
3543HRC | [XDMTO80620ZER] | UC8118] [ 500 | 2.5 | ~30| 200 | 100] 200 | 2.5 | ~38| 160 | 100
‘ XDMT080620ZER-ML | Jcg118 | 100 | 2 ~25| 160 | 100| 100 | 2 ~30| 120 | 100
Heat resistant alloyl (xpmT080620zER) | (JC8118)| 150 | 1.5 | ~25| 130 | 65| 150 | 1.5 | ~30 100 | 65
35-43HRC [XDMT080620ZER] | [JC8015] 200 | 15 | ~25| 100 50l 200 | 15 | ~30/ 80 50

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. Use air blow.

4. XDMWO080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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Tool dia.(mm)

80 100

Material Insert Grade oN 6N
? dp de n ' ? dp de n '
(mm) | (mm) | (mm) | (min”) |(mm/min)[ (mm) | (mm) | (mm) | (min?) |(mm/min)
- | xourosuezoze | Jc7s6o 100 | 4 | ~55| 450 [1,800{ 100 | 4 | ~70]| 380 |1,800
Aaroneel | (XDMWO080620ZTR) | (JC5040)| 150 | 4 | ~55| 400 |1,500| 150 | 4 | ~70| 350 |1,400
below 250K | [XDMW0806202TR]| IC75601 | 500 | 3.5 | ~55 380 |1,200| 200 | 3.5 | ~70| 300 |1,100
Tool & die steel | XOMTOB0620ZER | JC7560 100 | 3 ~55| 450 |1,700( 100 | 3 ~70 | 380 [1,600
(K61, SKkD11) | (XDMWO080620ZTR) | (JC5040)| 150 | 3 ~55| 400 |1,250( 150 | 3 ~70| 350 |1,250
below235HB | [XDMW0B0620ZTR] | C7560] | 900 | 2.5 | ~55| 380 | 900| 200 | 2.5 | ~70| 300 | 900
Vold steel | XOMTOB0G20zER | Jcs11g | 100 | 3 | ~55] 450 [1,700[ 100 | 3 | ~70] 380 1,600
(HPM7,PX5,P20) | (XDMT080620ZER) | (JC7560)| 150 | 3 ~55| 400 1,250/ 150 | 3 ~70| 350 | 1,250
SIOTRE | [XDMW0B0620ZTRI | [UC5040] | 900 | 2.5 | ~55| 380 | 900| 200 | 2.5 | ~70| 300 | 900
o steol | XOMTOBDG20ZER | JCB18 100 | 3 | ~55] 350 [1,150{ 100 | 3 | ~70]| 300 |1,200
(AKSDiu P2r) | (XOMTO80620ZER) | (JC8015)| 150 | 3 | ~55| 300 | 900| 150 | 3 | ~70| 250 | 900
SB43HRC | [XDMW0B0620ZTR] | [JC8118] [ 500 | 2.5 | ~55| 250 | 700| 200 | 2.5 | ~70| 200 | 550
Hardened die | XDMT080620ZER | Jcg11g | 100 | 2 ~40| 350 | 550( 100 | 2 ~50 | 250 | 500
06, e oy | (XOMTOB0620ZER) | (JC8015)| 150 | 2 | ~40| 300 | 500[ 150 | 2 | ~50| 200 | 400
4252HRC | [XDMWOB0620ZTR] | [JC8118] | 900 | 15 | ~40| 250 | 320| 200 | 1.5 | ~50| 160 | 320
Grey castiron | XOMMW0g0620zTR | Jcgots | 100 | 5 | ~55] 450 [2,250[ 100 [ 5 [ ~70] 380 [2,250
(FC250) | (XDMWOB0620ZTR) | (JC8118)| 150 | 5 ~55| 400 |1,900( 150 | 5 ~70 | 350 (2,000
[XDMWO80620ZTR] | LJCBOTS]| 500 | 4 | ~55| 380 |1,500| 200 | 4 | ~70| 300 |1,700
Nodular cast iron | XOMWO80620ZTR | JC8015 100 | 4 ~55| 400 |1,350| 100 | 4 ~70| 330 1,200
(FCD700) (XDMWO080620ZTR) | (JC8118)| 150 | 4 ~55| 350 |1,100| 150 | 4 ~70| 300 | 900
V7030008 1 [XOMW080620ZTRS] [ LJC801S] (900 | 3 | ~55| 300 | 800 200 | 3 | ~70| 250 | 750
Austenitic XDMT080620ZER | Jcgoso | 100 | 4 ~55| 400 {1,000 100 | 4 ~70] 300 | 900
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 ~55| 350 | 700| 150 | 4 ~70 | 300 | 800
(SUSS0A 316, 3171761 XOMTO80620ZERMLI | [JCT5501 [ 900 | 3.5 | ~55| 300 | 650| 200 | 3.5 | ~70] 250 | 600
N YOMTOS06207ERML | Jc7ss0 | 100 | 3 | ~50] 200 | 200[ 100 | 3 | ~60| 160 | 200
Titanium alloy | (xDMT0806202€R) | (JC5040)| 150 | 3 | ~50| 160 | 120| 150 | 3 | ~60 130 | 120
3543HRC | [XDMT080620ZER] | [JC8118] | 900 | 2.5 | ~50| 130 | 100| 200 | 2.5 | ~60| 100 | 100
_ XDMT080620ZER-ML | Jcs118 | 100 | 2 ~40| 100 | 100| 100 | 2 ~50| 80 | 100
Heat resistantalloy| (xpmT0806202ER) | (JC8118)| 150 | 2 | ~40| 80| 60| 150 | 2 | ~50| 65| 60
3543HRC [xOMT080620ZER] | [JC8015][ 900 | 15 | ~40| 65 | 50| 200 | 15 | ~50| 60 | 50

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. Use air blow.

4. XDMW080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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Tooling by DIJET

‘ HEPTA MILL HEP Type \

Il Recommended cutting conditions

UNSTABLE CUTTING

Tool dia.(mm)

125 160

Material Insert Grade /N 8N
ap de n Vf { ap de n Vf
(mm) | (mm) | (mm) | (min™) |(mm/min)[ (mm) | (mm) | (mm) | (min") |(mm/min)
oy | XOMTOROGZOZER | gC76D 100 | 4 | ~90) 300 |1,700] 100 | 4 | ~120] 250 | 1,600
arbon.steel | (xoMw0806202TR) | (JC5040) [ 150 | 4 | ~90| 270 |1,400| 150 | 4 | ~120] 220 |1,200
below250H8 | [XDMW0B0620ZTR]| [JC7560] | 900 | 4 | ~90| 250 |1,100] 200 | 4 | ~120/ 180 | 900
Tool & die steel | XCMTO80620ZER | JC7560 100 | 3 | ~90| 300 |1,400{ 100 | 3 | ~120| 250 | 1,400
(SKDe1.SKO1T) | (XDMWO80620ZTR) | (JC5040)| 150 | 3 | ~90| 270 |1,100| 150 | 3 | ~120| 220 |1,000
below25%HB | [XDMWO080620ZTR] | [JC7560] [ 509 | 3 | ~90| 250 | 900| 200 | 3 | ~120/ 180 | 750
Voldeteal | XOMTOB0620ZER | Jcgi1a | 100 | 3 | ~90[ 300 [1400] 100 | 3 | ~120] 250 1,400
(+PM7,PX5F20) | (OMTOBO620ZER) | (JC7560)| 150 | 3 | ~90 | 270 |1,100{ 150 | 3 | ~120] 220 |1,000
[(xDMW0B0620ZTR] | [JCS0401 [ 900 | 3 | ~90| 250 | 900| 200 | 3 | ~120 180 | 750
e | XOMTO80G0ZER | cetns [ 100 | 3 [ ~90] 250 [1,150] 100 [ 3 T ~120 200 1,100
(NAKGDHPWT P21) | (XDMTO80620ZER) |(JC8015) 150 | 3 | ~90| 200 | 800 150 | 3 | ~120/ 150 | 800
343HRC | [XDMWOB0620ZTR] | [JC8118] [ 500 | 3 | ~90| 150 | 550| 200 | 3 | ~120/ 120 | 550
Hardened die | XDMT080620ZER | Jcg11g | 100 | 2 | ~60| 200 | 450( 100 | 2 ~80 170 | 450
k06 et oy | (XOMTOB0620ZER) |(JCB015)| 150 | 2 | ~60 150 | 320|150 | 2 | ~80 150 | 400
42°52HRC [XDMW080620ZTR] | [JC8118] 200 2 ~60| 125 200! 200 2 ~80 120 250
Grey castiron | XOMW0806202TR | Jcsors | 100 | 5 | ~90[ 300 [2,100[ 100 | 5 [ ~120] 250 [2,000
1g5?226%0g8 (XDMW080620ZTR) | (JC8118)[ 150 | 5 | ~90| 270 1,850 150 | 5 | ~120| 220 |1,750
[XDMWOg0620ZTR] |LJCBOTS] 900 | 5 | ~90 | 250 |1,500| 200 | 5 | ~120] 180 |1,450
Nodular cact ron | XOMWOB0E20ZTR | Jcsons | 100 | 4 [ ~90[ 250 [1,100] 100 | 4 [ ~120] 200 1,000
(Fco700) | (XOMWOB0620ZTR) | (JC8118)| 150 | 4 | ~90| 230 | 850| 150 | 4 | ~120/ 170 | 800
17008 [XDMW0B0620ZTRS] | LJC801S] 900 | 3 | ~o0| 200 | 700| 200 | 4 | ~120 150 | 600
rustenitic | YOMTO80620ZER | Jcsoso | 100 | 4 | ~90[ 250 [ 800] 100 | 4 | ~120[ 200 | 700
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 ~90| 200 | 650| 150 | 4 | ~120/ 160 | 600
(SUS304 3163171761 [XOMTOB06207ERML | [CT550][ 900 | 3 | ~90| 180 | 500] 200 | 3 | ~120 150 | 500
o YOMTO806202ERML | Jc75s0 | 100 | 3 | ~75| 130 | 180{ 100 | 3 | ~100] 100 | 160
Titanium alloy | (xoMT0806202R) | (JC5040)| 150 | 3 | ~75| 100 | 110| 150 | 3 | ~100, 80 | 100
35-43HRC [XDMT080620ZER] | [JC8118] 200 | 3 ~75| 80 801 200 | 3 | ~100 65 30
. XDMT080620ZER-ML | Jcs118 | 100 | 2 ~60 65| 100| 100 | 2 ~80/ 50 80
Heat resistant alloyl (xpmT080620zER) | (JC8118)| 150 | 2 | ~60| 50 | 60| 150 | 2 | ~80, 40 | 50
35-43HRC [XOMT080620ZER] |LJC8015][ 900 | 2 | ~60| 40 | 40| 200 | 2 | ~80 30| 40

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. Use air blow.

4. XDMW080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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Il Recommended cutting conditions
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Tool dia.(mm)
200

Material Insert Grade - ZN . v
(mem) (mrr;‘]) (mr?w) (min) | (mm/min)
Carh || YDMTOBO620ZER | JC7560 100 | 4 | ~150| 180 |1,300
aronsteel | (xoMw0806202TR) | (JC5040)| 150 | 4 | ~150] 170 |1,100
below 2508 | [XDMWO080620ZTR]| [UC7560] | 500 | 4 | ~150 150 | 850
: XDMT080620ZER | Jc7560 | 100 | 3 | ~150) 180 | 1,200
Tool% die steel | (xomwos0620zTR) | (Jc5040) | 150 | 3 | ~150| 170 | 900
below 255HB | [XDMW080620ZTR] | [JC7560] 200 | 3 | ~150/ 150 | 700
Mold steel | XOMT080620ZER | Jcg118 | 100 | 3 | ~150) 180 |1,200
(Hp%zag)f_l%gzo) (XDMTO080620ZER) | (JC7560)| 150 | 3 | ~150| 170 | 900
IXOMWO80620ZTRI | 1JC5040] [ 900 T 3 | ~150/ 150 | 700
Mold steel | DMTOBU620ZER | JCB118 100 | 3 | ~150/ 170 |1,000
(NAKSO,HPMTp27) | (XDMTOB0620ZER) | (JC8015)[ 150 | 3 | ~150| 150 | 800
343HRC | [XDMW080620ZTR] | [UC8118] [ 500 | 3 | ~150] 100 | 500
Hardened die | XDMT080620ZER | Jcg11g | 100 | 2 | ~100] 140 | 400
K06, ot oy | (XOMTOB0620ZER) | (JC8015)| 150 | 2 | ~100] 120 | 350
asHRc | [XDMWOB0620ZTR] | C81181 [ 500 T 2 | ~100. 100 | 220
Grey castiron | XDMW080620ZTR | Jcgo15 | 100 | 5 | ~150] 180 1,600
 Fcas) | (XDMW080620ZTR) | (JC8118)| 150 | 5 | ~150) 170 | 1,500
[XOMWO80620ZTRS] |[UCB015)[ 500 | 5 | ~150] 150 | 1200
Nodular castiron | XOMW0806202TR | Jcgots | 100 | 4 | ~150] 160 | 900
(FCD700) (XDMWO080620ZTR) | (JC8118)| 150 | 4 | ~150| 140 | 700
1703008 | [XDMWOB06202TR] | [UC8015][ 500 | 3 | ~150] 120 | 500
Austenitic | XOMT080620ZER | Jcgoso | 100 | 4 | ~150) 160 | 650
stainless steel | (XDMT080620ZER) | (JC7560)| 150 | 4 | ~150 130 | 500
(SUS304, 316, TG [xpMT0806202ERML [ [UC75501[ 00 | 3 | ~150 110 | 450
o XDMT080620ZER-ML | Je7550 | 100 | 3 | ~120] 80 | 150
Titanium alloy | (xpMT080620Z€R) | (JC5040)| 150 | 3 | ~120] 65 | 90
35-43HRC [XDMT080620ZER] | [JC8118] 200 | 3 | ~120] 50 65
, XDMT080620ZERML | Jcg11g | 100 | 2 | ~100] 40 | 70
Heat resistant alloy) (xpiT0806202ER) |(JC8118)| 150 | 2 | ~100] 30 | 50
3543HRC [XDMT080620ZER] [ [JC8015]| 500 | 2 | ~100] 25 | 30

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. Use air blow.

4. XDMW080635ZTR-S(JC8015) is recommended to cut cast steel with crusty and nonuniform suarface.
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