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Ouick & Mini

MILL

: Unique 3D geometry insert provides stable cutting and less
Low cutting power consumption.
force geometry BT30 Capable of running on low horse power & compact machines.

Multi - flutes

P High speed and high efficient machining.
specification

Vibration free Control vibration with combination of MSN carbide shank holder for longer tool life.

m ;“l\‘ﬂ\‘\\\‘\‘\'

M

- Possible to use even
®32mm DIl Sat o for finishing applications

8 flutes

Insert Line-Up

A variety of inserts all fit into the same body.

High feed insert High feed insert for unfavorable conditions
EOMT0602...ZER(R1.0, 2.0) EOMW060210ZER
Shoulder insert For high hardened steel "Mirror Insert"

for finishing side & bottom face

-

ZOMT0602...ZER-PL (R0.2,0.4,0.8) EOHW0602...ZTR(R1.0,2.0) YOHWO0602...ZER-12




Shank Type
TYPE

/A:lJE T
> 4 "
Face Milling Shoulder Milling ﬁ Copy Milling Pocket Milling JHelical Interpolatior

B PME type (Through coolant hole)

oHighfeed5
8 g
RE1.0~RE2.0 £2
L
8 &
REO0.2~RE0.8 L
Il PME-LS type (No coolant hole)
@ High feed _
© Shoulder milling _ -
Dimensions (mm)
No. of
Type Cat.No. Stock insert Insert
inserts ¢Dc 2 L ¢D1 ¢Ds
PME2010S10 ( 2 10 9.3 10
Standard PME3012S12 [ 3 12 20 80 11.2 19 e
PME3014512 ° 14 13.15 T i
Long PME2011S10-LS ® 2 11 33 10.3 10 YOHWO602**ZER-12
shank PME3013S12-LS ® 3 13 39 120 12.2 12
PME3014S12-LS [ 14 42 13.15
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
DSW-1840H 0.4 A-06

@ : Standard stock items

O : Stock in Japan
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Copy Milling Pocket Milling MHelical Interpolatio

/ A Facetiling_JA Shoulder iling ﬁ

@ High feed @ Shoulder milling
c 8 c g
o MD MD
N \ / /
P iy {' A v (R 3 AN T j

P Su ] - +——

R0.2~R0.8 ~
Lf Lf

Dimensions (mm)
Cat.No. Stock .NO' of Insert
inserts oDc Lf Db MD © W
MPM-2010-M6 [ J ) 10 18 9.5 M6
MPM-2011-M6 o 11 9.7 M6 6.5 8
MPM-3012-M6 (] 12 20 11.2 M6 '
MPM-3013-M6 (] 3 13 11.5 M6
MPM-3015-M8 O 15 14 M8
MPM-4016-M8 [ ] 16 23 M8 g 19 EQ**0602%*7*R
MPM-4017-M8 [ ] 4 17 15 M8 ZOMT0602**ZER
MPM-4018-M8 @) 18 M8 YOHW0602**ZER-12
MPM-5020-M10 o 20 M10
MPM-5021-M10 ° > 21 30 Y T K 14
MPM-6025-M12 (] 6 25 35 23.6 M12 10 17
MPM-7030-M16 () 7 30 M16
MPM-8032-M16 ° 8 32 3 2 e | " 22

Note) All cutters are supplied without inserts or wrenches.

0.D. 0
IDCENGEY — 0.03

High Precision “QM MILL"
TYPE High tolerance insert-pocket for the ground inserts

e

RE0.2~RE0.8 L
Dimensions (mm)
Cat.No. Stock bE, of Insert
inserts oDc Lf Db MD C W
MPT-2010A00-M6 (J 5 10 18 9.5
MPT-2011A00-M6 O 11 9.7 M6 6.5 8 -
MPT-3012A00-M6 ° 5 12 w112 ' B e 15
MPT-3013A00-M6 O 13 11.5
MPT-4016A00-M8 [ J 4 16 23 15 M8 8 12
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
DSW-1840H 0.4 A-06
@ : Standard stock items (O : Stock in Japan
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Insert

For high hardened steel

High feed insert

)lAN
] s
/\’AN
S Shoulder insert
———
High feed insert for unfavorable conditions : ,
.': \’ I |
/\ ' . /\;AN
"Mirror Insert" for finishing :
ﬁ@@é side & bottom face
\Q R 5 ﬁ“” :;,
: 1 an
S i
g PVD Coating Dimensions (mm)
T Cat.No. Slgl=(g|8|2|8|28
yPe e sle|z 2|28 |g|2 s |RE|L |wW|s |aN
°15/8|8|8|8|8|8
. . EOMT060210ZER (B BK ®| 0| 1
High feed insert
EOMT060220ZER M e O |0 | 2
High feed insert for unfavorable conditions | EOMW060210ZER (] e | o 1 6.5 2.5
) EOHWO060210ZTR ® ®
For high hardened steel
origh arcened stee EOHW0602202TR | ' | ® °|
ZOMT060202ZER-PL ® e 02 4.3 13°
shoulder insert ZOMT060204ZER-PL | M ® | ® |04 ]6.62 2.7
ZOMT060208ZER-PL ® | ® 038
- ; T YOHW060203ZER-12 e (J 0.3
Mirror Insert” for finishing side & bot- "y wv602052ER-12 | H | @ ° 05 | 65 26
YOHW060208ZER-12 i ® 0.8

Note) 10 inserts per case.

GRADE MARKINGS

JC8118/DS118 JC8050/JC7560/DS150

@ Magnetizing and demagnetizing a wrench can easily be done Cat.No. Stock
by inserting the tip into the magnetizer and rubbing lightly.
@ Do not use in the vicinity of the equipment that can MAGNETISER o

be influenced with magnetism.

@ : Standard stock items O : Stock in Japan 4
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M Insert selection guide

Carbon steel Tool & die steel
Material (S50C, S55C) # (SKD61, SKD11)
below 250HB below 255HB
Cat.No. Grade | jc8118|JC8050/JC7560 DH102 DS118 | DS150 (JC8118|JC8050{JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER PAq PAq PAq PAe PAe PAe
EOMWO060210ZER O O O O O O
EOHW0602*0ZTR
Mold steel Mold steel
Material (HPM?7, PX5, KPM30) (NAK80, HPM1)
30-36HRC 38-43HRC
Cat.No. Grade | yc8118|JC8050|JC7560| DH102 | DS118 | DS150 [ JC8118|JC8050|JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER Yo pAS pAS pAS pAS
EOMWO060210ZER O O O @) O
EOHW0602*0ZTR
Hardened die steel Hardened die steel
Material (SKD61, DAC, DHA) (SKD11, SLD, DC11)
42-52HRC 55-62HRC
Cat.No. Grade |,C8118| JC8050| JC7560| DH102 | DS118 | DS150 [ JC8118| JC8050| JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER pAe x x
EOMWO060210ZER O o O
EOHWO0602*0ZTR O o O
Cast iron Stainless steel
Material (FC, FCD) (SUS304)
below 300HB below 250HB
Cat.No. Grade | JC8118|JC8050/JC7560| DH102 | DS118 | DS150 | JC8118|JC8050| JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER O © O
EOMWO060210ZER O [ ) [ )
EOHWO0602*0ZTR
: Titanium alloy Heat resistant alloy
Material (Ti-6Al-4V) (INCO718)
Cat.No. Grade | jc8118|JC8050/JC7560| DH102 | DS118 | DS150 | JC8118|JC8050| JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER O O O O O O O O O O
EOMWO060210ZER o (]
EOHW0602*0ZTR

©: Firstchoice O:

For general milling

@ : Forunstable milling

Yc . Forlight cutting force

x . Not recommended
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B Definition of corner shape for programming

(mm)
Corner radius
e overaut for progI;amming Over cut | Remains
/ R1.0 (Std.) 0 0.17
Corner radius for programming R R\7‘/ R1.5 0.09 0.08
» 3. R2.0 0.30 0
Remains = ="
/ w=17
Il Recommended Data for Profile Milling
@ Ramping @ Helical interpolation
: o @ Calculation of tool pass dia.
/ pdc = ¢Dh - ¢Dc
{ ~ Tool pass dia. Boredia. Tqg] Dia.
INAAN
= N @ Depth of cut per one circuit should not exceed
\ max. depth of cut Ap
I~ @ Down cutting is recommended, tool pass
de rotation should be counterclockwise
@ 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
Ramping Helical interpolation
Tool dia. Effgctivg Max.d(?pth _
Cat.No. cutting dia.| of cut: ap | M3 | Max. depth of cut (ap) | Min. Max.
(mm) (mm) (mm) ramping | Total cutting length | Bore dia. | Bore dia.
angle 6 L(mm) (mm) (mm)
MPM-2010-M6 10 6.6 0.3 2°18' 7.5 15 18
MPM-2011-M6 11 7.6 0.3 1°54' 9 17 20
MPM-3012-M6 12 8.5 0.3 1°36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1°24' 12.3 21 24
MPM-3015-M8 15 11.5 0.4 1°12' 19.1 25 28
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0°54' 25.5 29 32
MPM-4018-M8 18 14.5 0.4 0°51°' 27.0 31 34
MPM-5020-M10 20 16.5 0.4 0°45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0°42' 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0°30' 45.8 45 48
MPM-7030-M16 30 26.5 0.4 0°27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0°24' 57.3 59 62
PME2010S10 10 6.6 0.3 2°18' 7.5 15 18
PME2011S10-LS 11 7.6 0.3 1°54' 9 17 20
PME3012S12 12 8.5 0.3 1°36' 10.7 19 22
PME3013S12-LS 13 9.5 0.3 1°24' 12.3 21 24
PME3014S12(-LS)| 14 10.5 0.3 1°18' 13.2 23 26
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M Recommended Cutting Conditions

Material High Feed Side Finishing Bottom Finishing
atena EOMT / EOMW EOHW YOHW YOHW
Grade | JC7560 (JC8050 JC8118) JC8015 (DH102) JC8015 (DH102)
Carbon Steel Ve 95-120 280 -400 160 - 250
:eﬁozgsot:: fz 0.5-0.9 0.1-0.15 0.14-0.2
ap 0.2-0.4 ~1.2 ~0.12
ae 0.7 Dc ~0.1 0.6 Dc
Grade | JC7560 (JC8050 JC8118) JC8015 (DH102) JC8015 (DH102)
. Ve 90-110 250 - 360 150 - 230
TOEEI,|§WD2I§5E|LEEI fz 0.5-0.9 0.1-0.15 0.13-0.18
ap 0.15-0.4 ~1.0 ~0.12
ae 0.7 Dc ~0.1 0.6 Dc
Grade | JC8118 (JC7560 JC8050) JC8015 (DH102) JC8015 (DH102)
Mold Steel Ve 90-110 250 - 360 150-230
e fz 0.5-0.9 0.1-0.15 0.13-0.18
ap 0.2-0.4 ~1.0 ~0.12
ae 0.7 Dc ~0.1 0.6 Dc
Grade JC8118 (JC8050) DH102 (JC8015) DH102 (JC8015)
Mold Steel Ve 70-90 200 - 280 130-200
N fz 0.5-07 0.08-0.12 0.08-0.12
ap 0.2-0.3 ~1.0 ~0.12
ae 0.6 Dc ~0.1 0.6 Dc
Grade JC8118 JC8118 DH102 (JC8015) DH102 (JC8015)
. Ve 50-70 70-90 140 - 200 90-120
Hardi";ig;i Steel | 0.45-0.6 03-06 0.08-0.1 0.08-0.1
ap 0.15-0.3 0.1-0.25 ~0.8 ~0.1
ae 0.6 Dc 0.6 Dc ~0.1 0.4 Dc
Grade - DH102 DH102 DH102
. Ve 70 - 80 100 - 150 50- 70
Hardened Die Steel |, 0.27-03 0.08-0.1 0.06-0.08
ap 0.1-0.15 ~0.5 ~0.1
ae ° 0.4Dc ~0.1 0.4 Dc
Grade JC8118 JC8015 (DH102) JC8015 (DH102)
Grey & Nodular Ve 120-150 280 - 400 130-200
Cast Iron fz 0.5-0.9 0.1-0.15 0.1-0.15
below 300HB ap 0.2-0.4 ~1.2 ~0.15
ae 0.7 Dc ~0.12 0.6 Dc
Grade JC8050 (JC7560) JC8015 (DH102) JC8015 (DH102)
Ve 95-120 250 - 360 150 - 230
Stainless Steel fz 0.5-0.9 0.1-0.15 0.13-0.18
ap 0.15-0.4 ~1.0 ~0.12
ae 0.6 Dc ~0.1 0.6 Dc
Grade | DS150 (JC7560 JC8050 DS118) JC8015 (DH102) JC8015 (DH102)
Ve 50-60 55-80 30-50
Titanium Alloy fz 0.4-0.5 0.08-0.12 0.09-0.12
ap 0.15-0.3 ~1.0 ~0.12
ae 0.6 Dc ~0.1 0.6 Dc
Grade JC8118 (JC8050)
Ve 25-30
Heat Resistant Alloy| fz 0.3-0.4
ap 0.15-0.3
ae 0.6 Dc

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.




M Recommended Cutting Conditions
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. Shoulder Milling Side Finishing Bottom Finishing
Material
ZOMT ZOMT ZOMT
Grade JC8050 (JC8118) JC8050 (JC8118) JC8050 (JC8118)
Carb | Ve 128- 160 145- 240 90-180
arbon Stee fz 0.06-0.08 0.07-0.13 0.1-0.15
below 250HB ap ~4.0 ~4.0 ~0.15
ae ~0.15Dc ~0.1 ~0.6 Dc
Grade JC8050 (JC8118) JC8050 (JC8118) JC8050 (JC8118)
. Ve 120 - 150 130-215 80- 160
TOELE‘WD;;SHtBee' fz 0.04-0.06 0.07-0.13 0.1-0.15
ap ~4.0 ~4.0 ~0.15
ae ~0.15Dc ~0.1 ~0.6 Dc
Grade JC8118 (JC8050) JC8118 (JC8050) JC8118 (JC8050)
Mold Steel Ve 120-150 130-215 80-160
e fz 0.03-0.05 0.07-0.13 0.1-0.15
ap ~4.0 ~4.0 ~0.15
ae ~0.15Dc ~0.1 ~0.6 Dc
Grade JC8118 (JC8050) JC8118 (JC8050) JC8118 (JC8050)
o Ve 90-120 110- 185 70 - 140
old Stee fz 0.03-0.05 0.05-0.1 0.1-0.15
38-43HRC ap ~3.0 ~3.0 ~0.15
ae ~0.13 Dc ~0.1 ~0.6 Dc
Grade JC8118 Jc8118 JC8118
. Ve 80-100 90-120 75-100
Hardened Die Steel | ) 0.03-0.05 0.05-0.07 0.1-0.12
42-52HRC ap ~2.5 ~2.5 ~0.1
ae ~0.12 Dc ~0.1 ~0.6 Dc
Grade JC8118 JC8118 JC8118
Grey & Nodular Ve 120 - 150 125-210 90-180
Cast Iron fz 0.06-0.08 0.07-0.15 0.12-0.18
below 300HB ap ~4.0 ~4.0 ~0.15
ae ~0.15Dc ~0.1 ~0.6 Dc
Grade JC8050 JC8050 JC8050
Ve 120 - 150 130-215 80-160
Stainless Steel fz 0.04 - 0.06 0.07-0.13 0.1-0.15
ap ~4.0 ~4.0 ~0.15
ae ~0.15Dc ~0.1 ~0.6 Dc

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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New generation high feed mill “QM MAX”

p40~p66 Pp16~(p42 Pp16~p25

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

Multi - flutes

e @ High speed and high efficient machining.
specification

kit @ Control vibration with combination of MSN carbide shank holder.

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
CBN insert body.

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

YPHW1003...ZER-... YPHW100308ZTR-F1



TYPE

Through

coolant
hole
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Packet Milling

[

Helical Interpolation

@ Highfeed © Shoulder milling o High feed (QXP-8066R) @ Shoulder milling (QXP-8066R)
®Db Db @Db
@Db ¢d £
od a ¢d ¢d
y a7 M a a
\ﬁf = “
@* @ = = - @
od1 RE0.4~RE2.0 Qd1 RE1.2~RE2.0 odt! REQ.4~RE2.0
@d1 RE1.2~RE2.0 oDc pDc ¢Dc
@Dc
Dimensions (mm)
No. of
Cat.No. Stock . Insert
inserts (pDc Lf q)Db q)d (pd'l a b ?
QXP-6040R-16 [ ] 6
40 45 35 16 14 8.4 5.6 18
QXP-7040R-16 [ ] ;
QXP-7050R-22 Ll 50 EP**1003**Z*R
QXP-8050R-22 [ 40 ZPMT1003**ZER-**
QXP-8052R-22 ° 52 | 50 22| 17 | 04163 | 20| ypHW1003ZHRA*
8
QXP-8063R-22 [ ] 63 1
QXP-8066R-27 [ 66 27 20 12.4 7 22
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
DSW-2563H 1.1 A-08

@ : Standard stock items

O : Stock in Japan
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(1), GLY  Shank Type
TYPE

&

Pocket Milling JRHelical Interpolatio

Face Milling Shoulder Milling m Copy Milling

@ High feed =
=S

.

0

[
¢Ds

RE1.2~RE2.0 L
@ Shoulder milling
s
o s e i
2
RE0.4~RE2.0 L
Dimensions (mm) Parts
Cat.No Stock  [No. of inserts Insert
¢Dc 22 L ¢D1 ¢Ds Screw Wrench
QXPS2016S16+A [ ] 2 16 30 100 15 16 TSW-2556H EP**1003**Z*R
QXPS3020S20+A [ J 3 20 50 130 18.85 20 A-08 | ZPMT1003**ZER-**
QXPS4025S25+A ® 4 25 60 140 | 23.6 | 25 | DSW-2563H YPHW1003**Z*R-**

Note) All cutters are supplied without inserts or wrenches.

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

1.1

11 @ : Standard stock items (O : Stock in Japan



/ADIJEI
Through | (= G
coolant [ . F 24
M QX Modular Type h0|e ) Shoulder Milling Copy Milling Pocket Milling MRHelical Interpolatio
TYPE

@ High feed 3

LT
-'\"x'wp'nl\'w‘\p

RE0.4~RE2.0 Lf
Dimensions (mm Parts
No. of
Cat.No. Stock | . Insert
nserts | D¢ Lf | ¢Db | MD C W Screw Wrench
MQX-2016-M8 (J 16 M8
MQX-2017-M8 o | P [ | B MIw 8 T
MQX-3020-M10 (] 3 20 M10 TSW-2556H
MQX-4020-M10 [ 30 18 M10 9 14
MQX-4021-M10 [ J 4 21 M10
MQX-4025-M12 [ J 25 M12
MQX-5025-M12 (] 5 95 M12
MQX-4026-M12 O 2 35 ’ M12 10 17 " v
hTX-3026 M2 o M12 A-08 5EMT110 ggs*szR-**
MQX-5028-M12 O 5 28 23.6 | M12 YPHW1003**Z*R-**
MQX-5030-M16 ®) 30 27 | M16
MQX-5032-M16 [ J 39 M16 DSW-2563H
MQX-6032-M16 [ 2 M16 12 22
MQX-5035-M16 (J 95 43 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
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m)
TSW-2556H :
DSW-2563H B

@ : Standard stock items O : Stock in Japan
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Insert
High feed insert Shoulder insert for general steel
(EPMT1003 * * ZER) (ZPMT1003 * * ZER-PL)

7/EAN

Shoulder insert for Ti alloy
(ZPMT1003 * > ZER-SL)

High feed insert for unfavorable conditions

. e 4 an
(EPMW100312ZER) L !
[T—
° 1 "Mirror Insert" for finishing side & bottom face
= T (YPHW1003 % > ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)
R - ‘/\'AN

AN

L
,;%\7
‘ S
: s |

f (YPHW100308ZER-15)

L
g 7;3:7
S W
RE 30 !

For high hardened steel (YPHW100308ZER-F) (for low feed)
(EPHW100316ZTR)

High feed insert for unfavorable conditions
(EPMW100312ZTR)

P

CBN insert

s
W’EAN
S
(YPHW100308ZTR-F1)
Shoulder insert for aluminum "Mirror Insert" for finishing side & bottom face
(ZPMT1003 % * ZER-NL) (YPHW100320ZER-24)
L
). Ve =
L = =71
, A=
—iaN ~ : 1w
! RE/| 3.0 s

13
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=]
2|
PVD coating S|E|l@m Dimensions (mm)
Ol | O
SO
(<5} oD
Type Cat.No. %
[}
Clela|282/8 eglulw/S| L | S| WH|RE]|AN
RNT|S5818 3|o|o|x|a
SR R R R R == SN S ]
EPMT100312ZER M|® o [ 2N BN J 10 3.2 6 | 1.2 | 11°
High feed
insert EPMT100320ZER M|® 10 3.2 6 |20 11°
High feed insert | EPMWI00312ZER M | @ ° 10 (32 6 12|11
for unfavorable .
conditions EPMW100312ZTR M|@® o o 10 3.2 6 | 1.2 | 11
For high EPHW100316zTR |H |® @ 10 (32 ] 6 16 11°
hardened steel
ZPMT100304ZER-NL | M [ ] 10.08 | 3.4 6 |04 11°
Shoulder insert | ZPMT100308ZER-NL | M [ ) 10.08 | 3.4 6 |08 |11°
for aluminum
ZPMT100320ZER-NL | M [ ] 10.08 | 3.4 6 |20 |11°
ZPMT100304ZERPL |[M | @ | @ [ ] o 10.08 | 3.4 6 |04 11°

Shoulder insert
for ZPMT100308ZER-PL |M | @ | @ [ ] o 10.08 | 3.4 6 |08 |11°

general steel

ZPMT100320ZERPL (M | @ |@ ° ®| [1008(34 | 6 2011

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

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

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

YPHW100303ZER-15 |H | | @ Y ®| [1006(335 6 |03]11°

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

"Mirror Insert"
forfinishingside YPHW100308ZER-F | H o 1006 13.35| 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°

Note) 10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.

GRADE MARKING
JC8118/DS118 JC8050 / JC7560 / DS150
o Q

@ : Standard stock items O : Stock in Japan
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M Insert selection guide

Carbon steel Tool & die steel Mold steel Mold steel
Material (S50C, S55C) (SKD61, SKD11) (HPM?7, PX5, P20) (NAK80, HPM1, P21)
below 250HB below 255HB 30-36HRC 38-43HRC
Cat.No. Grade |jcgrrg [scs0s0 [Jc560 sz [osis [osisD |ucarie |Jceoso |Jcrseo |oion | Dsiis |osis0 |Jcemie |Jcsoso |Jcrse | DG | siis |osiso |Jceris |dcevso |Jcrse0 |ouice | osiis |osis0
EPMT1003 % X ZER| ¥ | ¥¢ | % | Yo | W | W | % w |
EPMW100312ZER O
EPMW100312ZTR | O | O | © O|0O]| 0O OO0 |0 © | O
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 (jogirg [jcaos0 |Jcrseo | Owioz |Ds1ie [Ds150 [Jcerie |Jcaso |Jcrsco | DHo2 | D18 | DSIsD |dcovis |Joaoso |Jcrsed | Dwicz [osvie [Dsis0 |Jceris |Jcaoso |Jcrse |owioz |osiis | osiso
EPMT1003 % * ZER| ¢ X | X O OO
EPMW100312ZER | O O © ()
EPMW100312ZTR | @ o [ J 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
O Firstchoice
Cat.No. Grade |55 |scaos0 |acrsso | sz |ostis (o150 [dcsnis |dceoso |acrso | obio2 | ostie | st O For general milling
cPutions < <ZeRl O [O1@ 1 | 010fofolol lolof B EEeiit,
EPMW100312ZER L L J X . Not recommended
EPMW100312ZTR
EPHW100316ZTR
M Definition of corner shape for programming ] (mm)
—Overcut Corner radius
for programming | Over cut | Remains
i i R12 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
M"s)/ - 3 R2.5 021 | 021
/L/vwz.g R3.0 0.40 0.09
(mm)
—__Over cut .
Corner radius
for programming Over cut | Remains
«EPMT Type Corner radius for programming R %/ R1.0 0 0.51
(RE=R2.0) P e R1.5 0 0.31
< & R2.0 (Std.) 0 0.13
Remains _— 5
/ 2 R2.5 012 | 0.04
T e R3.0 032 | o
~__ Over cut (mm)
Corner radius
for programming Over cut Remains
« EPHW Type Corner radius for programming R R1.6 , R1.0 0 0.42
? 7 < R1.5 (Std.) 0 0.33
Remains - - g R2.0 0.01 0.23
T =
% Weno R2.5 017 | 014
‘ R3.0 0.37 0.05
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// DIJET

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

g

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

Ramping Helical interpolation
Cat.No. Tool dia. CEII;CQ;IZ?& ’rfa():(::(?[:g Max.ramping Max.depth of cut (ap) Min.Bore | Max.Bore

angle 6° Total cutting length L(mm) dia. dia.
QXP-*040R-16 40 341 1 0.5 114.6 70 78
QXP-*050R-22 50 441 1 0.4 143.2 90 98
QXP-8052R-22 52 46.1 1 0.35 163.7 94 102
QXP-8063R-22 63 57.1 1 0.3 191 116 124
QXP-8066R-27 66 60.1 1 0.3 191 122 130
QXPS-2016-... 16 10.2 0.8 1.8 25.5 22 30
QXPS-3020-... 20 14.1 0.8 1.4 32.7 30 38
QXPS-4025-... 25 19.1 0.8 1 45.8 40 48
MQX-*016-M8 16 10.2 0.8 1.8 25.5 22 30
MQX-#%017-M8 17 11.2 0.8 1.6 28.6 24 32
MQX-%020-M10 20 14.1 0.8 1.4 32.7 30 38
MQX-%021-M10 21 15.1 0.8 1.3 35.3 32 40
MQX-%025-M12 25 19.1 0.8 1 45.8 40 48
MQX-*026-M12 26 20.1 0.8 0.95 48.2 42 50
MQX-%028-M12 28 22.1 0.8 0.85 53.9 46 54
MQX-*030-M16 30 241 0.8 0.8 57.3 50 58
MQX-*032-M16 32 26.1 0.8 0.7 65.5 54 62
MQX-*035-M16 35 29.1 0.8 0.6 76.4 60 68
MQX-*040-M16 40 341 0.8 0.5 91.7 70 78
MQX-*042-M16 42 36.2 0.8 0.45 101.9 74 82

(EPM*100312ZER type inserts)
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Quick & Mini
Series

L

Bl Recommended Cutting Conditions

. High Feed Shoulder Milling Side Finishing Bottom Finishing
Material
EPMT / EPMW EPHW ZPMT
Grade | JC7560 (JC8050 JC8118) JC8050 (JC8118) JC8050 (JC8118) JC8050 (JC8118)
Carb | ove 130-180 130 - 160 190 - 320 90 -180
arbon Steel | 0.7-0.9 0.12-0.15 0.18-0.30 0.1-0.15
below250HB | 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 Dc ~0.2 0.4-1.0Dc
Grade | JC7560 (JC8050 JC8118) JC8050 (JC8118) JC8050 (JC8118) JC8050 (JC8118)
Tool & Die Steel| V€ 130-180 120-150 180 - 300 80 - 160
00l & Die Steel) 0.7-0.9 0.12-0.15 0.15-0.25 0.1-0.15
below255HB | o 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 Dc ~0.2 0.4-1.0 Dc
Grade | JC8118 (JC7560 JC8050) JC8118 (JC8050) JC8118 (JC8050) JC8118 (JC8050)
Mold Steel Ve 130-180 120 - 150 180 - 300 80 - 160
30.361RC fz 0.7-1.0 0.12-0.15 0.15-0.25 0.1-0.15
ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 Dc ~0.2 0.4-1.0 Dc
Grade | JC8118 (JC8050) JC8118 (JC8050) JC8118 (JC8050) JC8118 (JC8050)
Mold Steel Ve 70-100 100- 120 150 - 250 70-140
fz 0.6-0.7 0.1-0.12 0.15-0.25 0.1-0.15
38-43HRC ap 0.3-0.8 ~4.0 ~4.0 ~0.2
ae 0.6 Dc - ~0.15 Dc ~0.2 0.4-1.0Dc
Grade JC8118 Jcs118 JC8118 (DH102) JC8118 (DH102) JC8118 (DH102)
Hardened Ve 60 -70 70-90 80-100 120-210 75-100
Die Steel fz 0.5 0.5-0.8 0.09-0.12 0.12-0.20 0.1-0.12
42-52HRC ap 0.2-0.6 0.1-0.3 ~3.5 ~3.5 ~0.2
ae 0.6 Dc 0.6 Dc ~0.14 D¢ ~0.2 0.4-1.0 Dc
Grade - DH102 DH102 DH102 DH102
Hardened Ve 60 - 80 50-70 100- 180 50-70
Die Steel fz 0.2-0.3 0.1 0.09-0.15 0.08-0.1
55-62HRC ap 0.1-0.2 ~2.5 ~2.5 ~0.15
ae - 0.4 Dc ~0.14 D¢ ~0.15 0.4-1.0 Dc
Grade Jcs118 JC8118 (DH102) JC8118 (DH102) JC8118 (DH102)
Grey & Nodular | Vc 110-150 120 - 150 160 - 280 90-180
Cast Iron fz 0.8-1.2 0.16-0.2 0.18-0.30 0.12-0.18
below 300HB ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.2 D¢ ~0.2 0.4-1.0 Dc
Grade | JC8050 (JC7560) JC8050 (JC8118 JC7518) | JCBOS50 (JC8118 JC7518) | JCBOS0 (JC8118 JCT7518)
Ve 130-150 120-150 180 - 300 80 - 160
Stainless Steel | fz 0.6-0.8 0.12-0.15 0.15-0.25 0.1-0.15
ap 0.3-0.8 ~5.0 ~5.0 ~0.2
ae 0.6 Dc ~0.16 Dc ~0.2 0.4-1.0 Dc
Grade | DS150 (JC8050 DS118) DS118 (JC7518) DS118 (JC7518) DS118 (JC7518)
Ve 50 - 60 50 - 60 60 - 100 25-50
Titanium Alloy | fz 0.4 0.12-0.15 0.15-0.25 0.1-0.12
ap 0.2-0.8 ~5.0 ~5.0 ~0.2
ae 0.6 Dc ~0.15 D¢ ~0.2 0.4-1.0 Dc
Grade | JCB81 12 % (J3%8050) JC7518 JC7518 JC7518
; Ve - 25-30 30-50 15-30
e Files'smm f2 0.3 0.11-0.15 0.15-0.25 0.1-0.12
Alloy ap 02-08 ~5.0 ~5.0 ~0.2
ae 0.6 Dc ~0.15Dc ~0.20 0.4-1.0 Dc
Grade - FC18 FC18 FC18
Ve 300 - 600 420- 700 300 - 600
Aluminium fz 0.16-0.2 0.18-0.30 0.1-0.15
ap ~5.0 ~5.0 ~0.3
ae ~0.4 Dc ~0.3 0.4-1.0Dc
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B Recommended Cutting Conditions

// DIJET

. Contouring | Side Finishing Bottorp Finis- VerFigaI ‘Side Side Finishing Bottom Finis- Ver'ti(':al .Side
Material hing Finishing hing Finishing
YPHW-24 YPHW-15 YPHW-F (CBN)
Grade JC8015 (DH102) DH102 JC8015 (DH102) -
Carb | Ve 450 - 650 170 - 260 350 - 450
arbon Stee| | o 0.1-0.15 0.18-0.25 | 0.08-0.18
below250HB | 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2
Grade JC8015 (DH102) DH102 JC8015 (DH102)
. Ve 350 - 450 150 - 240 300 - 400
T°§l.§‘WD§§5ﬁtBee' fz 0.1-0.15 0.18-0.25 | 0.08-0.18
ap 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2
Grade JC8015 (DH102) | DH102 | JC8015 (DH102)
Mold Steel | V¢ 350 - 450 140 - 220 250 - 350
036Re fz 0.1-0.15 0.17-0.2 0.07-0.15
ap 0.7-2.0 ~0.2 Pf0.5-1.12
ae - ~0.2 ~0.6 Dc ~0.2
Grade | JC8015 (DH102) | JC8015 (DH102) DH102 JC8015 (DH102)
Mold Steel | ¥ 220 350 - 400 150 - 200 180 - 250
old vtee fz 0.25 0.08-0.12 0.1-0.12 0.07-0.12
38-43HRC ap | 015-04 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.4 Dc ~0.2 ~0.6 Dc ~0.2 - - -
Grade | JC8015 (DH102) | JC8015 (DH102) DH102 DH102 (JC8015) | JBN795 JBN795 JBN795
Hardened Ve 160 170 - 200 60-100 120-170 400 - 450 300 - 350 400 - 450
Die Steel fz 0.25 0.08-0.1 0.1 0.06-0.1 0.07-0.08 | 0.06-0.08 | 0.07-0.08
42-52HRC ap 0.1-0.25 ~15 ~0.2 Pf0.5-1.12 ~1.2 ~0.08 Pf0.5-1.12
ae ~0.4 D¢ ~0.2 ~0.6 D¢ ~0.15 ~0.1 ~0.6 D¢ ~0.1
Grade| DH102 DH102 DH102 - JBN795 JBN795 -
Hardened Ve 100 150 - 180 50-70 300 - 400 200
Die Steel fz 0.2 0.08-0.1 0.05-0.07 0.06-0.08 | 0.05-0.06
55-62HRC ap 0.1-0.2 ~1.0 ~0.2 i, ~0.06
ae ~0.3 Dc ~0.2 ~0.4 Dc - ~0.1 ~0.6 Dc -
Grade - JC8015(DH102) | DH102 | JC8015(DH102) |  JBN795 JBN795 JBN795
. Ve 450 - 550 130 - 200 450 - 550 750 700 750
Cas;eI)rlon fz 0.1-0.15 0.1-0.2 0.1-0.15 0.1-0.135 0.1-0.12 0.1-0.135
ap 0.7-2.0 ~0.2 Pf0.5-1.12 ~1.5 ~0.1 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2 ~0.1 ~0.6 Dc ~0.1
Grade JC8015 (DH102) DH102 JC8015 (DH102) | JBN795 - JBN795
Nodular Ve 450 - 550 130 - 200 450 - 550 700 700
ol fz 0.1-0.15 0.1-0.2 0.1-0.15 0.1-0.135 0.1-0.135
ap 0.7-2.0 ~0.2 Pf0.5-1.12 ~1.5 Pf0.5
ae ~0.2 ~0.6 Dc ~0.2 ~0.1 ~0.1
Grade JC8015 (DH102) | JC8015 (DH102) - - -
Ve 350 - 450 130- 180
Stainless Steel | fz 0.1-0.15 0.1-0.15
ap 0.7-2.0 ~0.2
ae ~0.2 ~0.6 Dc
Grade JC8015 (DH102) | DH102
Ve 70-90 30- 50
Titanium Alloy | fz 0.08-0.12 0.1-0.15
ap 0.7-2.0 ~0.2
ae ~0.2 ~0.6 Dc
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 Endmill type, reduce cutting conditions by 10-20%.
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Quick & Mini
LI s.i.s

High precision

BARREL TOOL QM MAX

MQT type

= ;

‘I High precision QM Max MQT type improved balance of holder than conventional holders.
° Possible to adapt multi-machining machines such as multi-tasking machines.Lineded up high precision
H grade inserts.High efficient machining is possible by adapting malti-blades specification.
Accuracy of tool dia. with master insert 0 ~ -0.03

2 Lineuped holders with cutting edge angle 3°, 5°. Complex shape
* machining with inclination is possible by 3 axis machine.

3 Adopted 3 grades: PVD coated grade “JC8015" for general & mold steel,
+ stainless steel and cast iron.

Cermet grade “CX75" for improving surface roughness.

And new PVD coated grade “DH102" for high speed machining
in high hardened material.




// DIJET

it ' w
coolant
High precision “QM MAX" hole
TYPE . c MD
T '

m‘ . Il L T Tannganh

LUUUUUUL
—e Iz

é o » *g Dimensions (mm) Parts
£ Cat.No. S| = Inserts Fig.
S 5 @1 S |eDc| Lf |¢Db|MD| C | W Screws Wrench
— =
MQT-2016A00-M8 ® | 2 16 | 23 | 14 | M8 8| 12
MQT-4020A00M10 | @ | 4 | 20 | 30 | 18 w0 | o | 14| o0 2o%H
0° MQT-5025A00-M12 ® | 5 25 | 35 [ 225 | M12| 10 | 17 1
MQT-6032A00-M16 o 6 32 5| % M16 1 2 DSW-2563H XP**100308ZER-R;
MQT-6035A00-M16 L 35 M16 A-08 YPHW1003**Z*R-**;
5 MQT-2016A03-M8 °® 16 23| 14 | M| 8| 12 ZPMT1003**ZER-PL
MQT-2020A03-M10 ® 20 | 30 | 18 | M0 9 | 14
o~ |_MQT2016A05M8 | @ 2 [T | 23 | 14 [ we | 8| 10| ToW-25%H 2
MQT-2020A05-M10 o 20 | 30 | 18 | M0 9 | 14
Note) All cutters are supplied without inserts or wrenches. Clamp screw | Torque(N.m)
TSW-2556H 3.0
Insert DSW-2563H 4.0
TYPE For finishing side face
For tapered wall finishing (YPHW1003**ZER-15)(YPHW100308ZER-F)(YPHW100308ZTR-F1)
(XPHW100308ZER-R)(XPHT100308RZER-R) .
/\
0 )/F
] " % ) SAR=N
“‘:j éE ;;’\AN
| /\'AN - RE o i (s | 1
S i (YPHW100303ZER-15)

S [

L
Il |
° s =L
j? B o )/ \ (YPHW100308ZER-F) (for low feed)
s !AN RI T 1
R60 L2 3.0 S

(YPHW100308ZER-15,

Shoulder milling insert (from semi-finishing to finishing) CBN Insert

ZPMT1003**ZER-PL* /\

L
| S
GE
2L JL'W"EAN
B 50 ] s |

(YPHW100308ZTR-F1)

g PVD Coating Cermet| CBN Dimensions (mm)
Type Cat.No. S
© | DH102 | JC8015 | JC8050 | JCB118 | CX75 [JBN795| RE L W1 S AN
For tapered wall XPHW100308ZER-R (J J ® 0.8
finishing XPHT100308ZER-R [ (J )
YPHW100303ZER-15 H [ ) [ ) [ 0.3 10.06 335
For finishing side YPHW100308ZER-15 L ° ' '
face YPHW100308ZER-F [ ) 0.8 6 11°
YPHW100308ZTR-F1 ()
Shoulder milling insert ZPMT100304ZER-PL ° e o | o 0.4
(from semi-finishing to ZPMT100308ZER-PL M [ J [ (J [ 0.8 | 10.08 3.4
finishing) ZPMT100320ZER-PL [ ) ) o J 2

Note) 10 inserts per case.
@ : Standard stock items O : Stock in Japan



Quick & Mini
LI s.i.s

Il Recommended cutting conditions
MQT type with XPHT/XPHW insert for finishing side wall + MSN shank

Tool dia.(mm)
(<5}
i o 16 20 20
Material & N N N
© r ap | ae n Vi r ap | ae n Vi r | ap ae n Vi
(mm) (mm) | (mm) | (min?) |(mm/min)] (mm) (mm) | (mm) | (min") |(mm/min)| (mm) (mm) | (mm) | (min?) |(mm/min)

Jcs015 | ~55 | =1.5/<0.12]12,000| 4,800 | ~70 | =1.5/<0.12] 9,600 | 3,840 | ~70 | =<1.5|<0.12| 9,600 | 7,680

Carbon steel | XPHT | 55.80| <1.2/<0.10| 9,000 3,600 |70~100| =<1.2|<C0.10| 7,200 | 2,880 | 70~100| =1.2 |<0.10| 7.200 | 5760

(XPHW)
(S50C, $55C) 80~105| =1.0/<C0.10| 7,200 2,880 |100-130| =1.0<C0.10| 5760 | 2,300 |100~130| <1.0 |<0.10| 5760 | 4,600

below 250HB
105~160| =1.0|<0.10| 6,000| 2,400 |130~200| =1.0 |<<0.10| 4,800 | 1,920 | 130~200| =1.0 |<0.10/ 4,800 | 3,840

Jcso15 | ~55 | =1.5/<0.12/10,000| 4,000 [ ~70 | =1.5|<0.12| 8,000 | 3,200 | ~70 | =1.5|<0.12| 8,000 | 6,400

Tool&die | XeHT |'55.80 | <1.2<0.10] 7,500] 3,000 |70-100| =1.2]<0.10] 6,000 2,400 [ 70100 1.2 |<0.10] 6,000 | 4,800

stee (XPHW)
(SKD61, SKD11) 80~105| =1.0/<C0.10| 6,000 2,400 [100~130| =1.0 |<0.10| 4,800 | 1,920 {100~130| =1.0 |<0.10| 4,800 | 3,840

below 255HB
(Cx75) 105~160| =1.0|<0.10| 5,000| 2,000 |130~200| =1.0 |<0.10| 4,000 | 1,600 | 130~200 =1.0 |<0.10| 4,000 | 3,200

Jcso1s | ~% | =1.2|<<0.12| 9,000 3,600 | ~70 | =1.2<0.12| 7,200 | 2,880 | ~70 | =1.2 |<0.12| 7,200 | 5,760

Mold steel | XPHT | 5580 | <1.0/<C0.10| 6,800/ 2,720 | 70~100 | =1.0|<0.10| 5,400 | 2,160 |70~100 | =<1.0 |<0.10| 5,400 | 4,320

(XPHW)
(HPM7, PXS, £20) 80~105| <0.8/<0.10| 5/400| 2,160 [100~130| <0.8 |<0.10| 4,320 | 1,730 [100~130 =<0.8 |<0.10 4,320 | 3,460

(DH102) | 45160| <0.8|<0.10] 4,500| 1,800 [130-200] <0.8|<0.10| 3,600 | 1,440 [130-200] <0.8 |<0.10] 3,600 | 2,880

S ~55 | =1.0/<0.12| 8,000/ 3,200 [ ~70 | =1.0|<0.12| 6,400 | 2,560 | ~70 | =1.0|<0.12| 6,400 | 5,120

Mold steel | youw | 5580 | <0.8/<0.10] 6,000] 2,400 | 70~100| <0.8|<0.10| 4,800 | 1,920 [ 70~100| <0.8 |<0.10] 4,800 | 3,840

(NAK80,HPM1,P21

38-43HRC 80~105| =0.6/<C0.10| 4,800/ 1,920 [100~130| =0.6 |<0.10| 3,840 | 1,540 |100~130| =0.6 |<0.10| 3,840 | 3,080

(Jcgo15)

105+160| =0.6|<C0.10| 4,000| 1,600 [130~200| =0.6 |<0.10| 3,200 | 1,280 |130~200| =0.6 |<0.10| 3,200 | 2,560

| oo | =55 | =1.0[<0.10] 5000] 1,500 | ~70 | =1.0]<0.10] 4,000] 1,200 | ~70 [ 1.0 <0.10] 4,000 2,400
Hafdsﬁggf' die | Somw | 55~80 | <0.8|<0.08| 3,750/ 1,130 [70~100| <0.8 |<0.08| 3,000| 900 |70-100| <0.8 | <0.08 3,000 1,800

(SKD61, DAC, DHA) 80~105| =0.6|/<C0.08| 3,000 900 [100~130| =0.6 |<0.08| 2,400 | 720 [100~130| =0.6 |<0.08| 2,400 | 1,440

42-52HRC  '|(JC8015)
105~160| =0.6|<C0.08| 2,500/ 750 |130~200) =0.6 |<<0.08| 2,000 | 600 [130~200| =0.6 |<0.08| 2,000 | 1,200

~55 | <1.0]<0.10] 3,600] 720 | ~70 | =1.0]<0.10] 2,860 570| ~70 | <1.0 |<0.10] 2,860 | 1,140
Hafdsetggﬁd'e bH102 | 55~80 | <0.8]<0.08| 2,700 540 |70~100| <0.8|<0.08| 2,140 | 430 |70~100| <0.8 |<0.08| 2,140 | 860

(skp11,sLD,0CT1)| XPHW 180,105 | <0.6/<0.08| 2,160 430 [100~130 <0.6|<0.08| 1,720 | 340 [100~130| <0.6 |<0.08| 1.720| 680

55-62HRC
105~160| =0.6|<C0.08| 1,800/ 360 |130~200] =0.6 |<<0.08| 1,430 | 290 [130~200| =0.6 |<0.08| 1,430 | 580

Jcso1s | ~55 | =1.5/<0.12/12,000 6,000 [ ~70 | =1.5|<0.12| 9,600 | 4,800 | ~70 | =1.5|<0.12| 9,600 | 9,600

Gery & Nodular| XPHW | 55,80 | <1.2/<0.10| 9,000| 4,500 | 70~100| <1.2|<0.10| 7,200 | 3,600 | 70~100] =1.2 |<0.10| 7,200 7,200

Cast iron (XPHT)
(FC,FCD) 80~105| =1.0/<C0.10| 7,200/ 3,600 |100~130| =1.0 |<0.10| 5,760 | 2,880 [100~130| =1.0 |<0.10| 5,760 | 5,760

| HB
below 300HB 1 (DH102) (05 160 <1.0<0.10] 6,000| 3,000 |130-200] =1.0 |<0.10| 4,800 | 2,400 | 130~200| =1.0 | <0.10| 4,800 | 4,800

~55 | =1.2/<0.12/10,000| 4,000 [ ~70 | =1.2<0.12| 8,000 | 3,200 | ~70 | =1.2|<0.12| 8,000 | 6,400

- JC8015 " - . <
Stainless steel| “Son1® | 55~60 | =1.0/<0.10] 7,500| 3,000 |70~100| =1.0|<0.10| 6,000 | 2,400 |70~100 | =1.0|<0.10] 6,000 | 4,800

(SUS304) (XPHW) | 80~105| =0.8/<C0.10| 6,000 2,400 [100~130| =0.8 (<0.10| 4,800 | 1,920 |100~130| =0.8 |<0.10| 4,800 | 3,840

below 250HB
105~160| =0.8/<C0.10| 5,000| 2,000 [130~200| =0.8 |<0.10| 4,000 | 1,600 |130~200| =0.8 |<C0.10| 4,000 | 3,200
Cusp height: XPHT/W
; i Note
a a
Cusp Helght gm Pl Cusp Height Pl 1. Figures to be adjusted according to machine rigidity or work rigidity.
0.50 0.5 3.35 1.3 2. If chattering occurs, recomennded to reduce ap and ae.
0.71 0.6 3.89 1.4 3. Use air blow.
0.97 0.7 4.46 1.5
1.27 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0
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l Recommended cutting conditions

// DIJET

MQT type with XPHT/XPHW insert for finishing side wall + MSN shank

Tool dia.(mm)
3 25 32/35
Material | S 5N 6N
(mrm) (rgr%) (n?r?q) (mri}r‘) (mnY/rfnin) (mrm) (rﬁr%) (n?r?‘l) (m?n") (mnY/rfnin)
Jcgots | ~90 <15 | <012 | 7640 | 7,640 ~120 | =15 | <0412 | 5460 6,550
Carbon steel &m) 90~125 <12 | <0.10 5,730 5730 | 120~175| =12 | <0.10 4,100 4,920
éiffx;%?_lcé 125~160 | <10 | <0.10 | 4580 | 4580 |175~225| <10 | <010 | 3280 | 3940
(©X75) | 160~250 | <10 | <010 | 3820 | 3820 |225-320] =10 | <010 | 2730 | 3280
| Jcsms | ~90 <15 | <012 | 6400 | 6400 ~120 | =15 | <012 | 4550 5,460
Tedlole ooty [90-125 | <12 | <00 | 4800 | 4g00 |120-175| =12 | <010 | 3410 | 4090
(SKD61, SKD11) 125~160 | =1.0 | <0.10 3,840 3,840 | 175~225| =1.0 | <0.10 2,730 3,280
below 255HB | (cx75)
160~250 | =<1.0 | <0.10 | 3200 | 3200 |225~320| =10 | <0.10 | 2280 2,740
Jcso1s | ~90 <12 | <012 | 5730 | 5730 ~120 | =12 | <042 | 4,090 4,910
Mold steel &‘Ff’m) 90~125 | =1.0 | <0.10 | 4300 | 4300 |120~175  <=1.0 | <0.10 | 3,070 3,680
(HPM7, PXS, 120) 125160 | =<0.8 | <010 | 3440 | 3440 |175~225| <08 | <010 | 2450 | 2040
(OHI02)| 460050 | =<0.8 | <010 | 2870 | 2870 | 225320 =08 | <010 | 2050 | 2460
oriop |90 <10 | <012 | 5100 | 57100 ~120 | 1.0 | <012 | 3,640 4,370
(N A’}é‘gg‘ﬂ;&ﬁﬁlm) XPHW | 90~125 | <08 | <0.10 | 3830 | 3830 |120~175| <08 | <010 | 2730 | 3,280
3B43HRC | ool 125~160 | 0.6 | <010 | 3,060 | 3,060 |175~225| =0.6 | <0.10 | 2,180 2,620
160~250 | =<0.6 | <0.10 | 2550 | 2,550 |225~320  <=<0.6 | <0.10 | 1,820 2,180
~90 <10 | <0.10 | 3180 | 2,380 ~120 | =10 | <010 | 2,280 2,050
Hardened die | DH102
Steel XPHW | 90~125 | <08 | <0.08 | 2380 | 1780 |120~175 <08 | <0.08 | 1,710 1,540
(SKDST,DAC DHA)| 19| 125~160 | <06 | <0.08 | 1910 | 1,430 |175~225| =06 | <0.08 | 1370 1,230
160~250 | <0.6 | <0.08 | 1,590 | 1,90 |225~320 <06 | <0.08 | 1,140 1,030
~90 <10 | <010 | 2300 | 1,150 ~120 | =10 | <010 | 1,640 980
Hafdseiggﬂ die | pyiga | 90~125 | <08 | <0.08 | 1,720 860 |120~175| <0.8 | <0.08 | 1,230 740
(skp11,5LD,0c11)| XPHW 1 195.160 | <06 | <0.08 | 1380 690 | 175~225 =06 | <0.08 980 590
P 02HRC 160~250 | =<0.6 | <0.08 | 1,150 580 | 225~320 | =<0.6 | <0.08 820 490
Jcso15 | ~90 <15 | <012 | 7640 | 9550 ~120 | =15 | <012 | 5460 8,190
GefgagétNipodnlﬂaf oW | 904125 | <12 | <010 | 5730 | 7,160 [120~175| =12 | <0.10 | 4100 6,150
(FC, FCD) 125~160 | <1.0 | <0.10 | 4,580 | 5720 |175~225 =10 | <010 | 3280 4,920
below 300 1 (DH102) {460,250 | <10 | <010 | 3820 | 4780 |225~320| =10 | <010 | 2730 | 4100
~90 <12 | <012 | 6400 | 6400 ~120 | =12 | <0412 | 4550 5,460
Safillese sl Jggg}S 90~125 | =1.0 | <0.10 4800 | 4800 |120~175| =10 | <0.10 | 3410 4,090
] e(lilvlvsggggm (XPHW) | 125~160 | =0.8 | <0.10 3,840 | 30840 |175~225| =08 | <0.10 | 2730 3,280
160~250 | =<0.8 | <0.10 | 3200 | 3200 |225~320 <08 | <0.10 | 2280 2,740
Cusp Height um aptmm) Cusp Height (um) aptmm) T.olg?gures to be adjusted according to machine rigidity or work rigidity.
0.50 0.5 3.35 1.3 2. If chattering occurs, recomennded to reduce ap and ae.
0.71 0.6 3.89 1.4 3. Use air blow.
0.97 0.7 4.46 1.5
127 0.8 5.08 1.6
1.61 0.9 5.73 1.7
1.98 1.0 6.43 1.8
2.40 1.1 7.16 1.9
2.86 1.2 7.94 2.0
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Quick & Mini
LINnn;...s

M Definition of edge shape for programming

® When using taper holder (MQT-***A03/05 type)
Fig.1 XPHW/T Fig.2 YPHW

Avaij 4
ailable tilt anglog- Available tilt angleg®
| I ———
|
|
|

¢Dc
® imensions when using XPHW / T insert ®imensions when using YPHW insert
. . Dimensions
Dimensions (mm) (mm)
available Fi available Fi
i . I i t.N I
tilt angle Cat.No olie Ra Rh g tilt angle Cat.No oDe g
1°~6° MQT-2016A03-M8 15.5 |R64.19 8.76 1 3 MQT-2016A03-M8 16 2
3°~8° MQT-2016A05-M8 15.5 |R64.34 10.98 1 5° MQT-2016A05-M8 16 2
1°~6° MQT-2020A03-M10 19.5 |R63.34 8.67 1 3° MQT-2020A03-M10 20 2
3°~8° MQT-2020A05-M10 19.5 |R63.46 10.85 1 5° MQT-2020A05-M10 20 2
® When using straight holder (MQT-***A00 type)
Fig.3 XPHW/T
|
|
|
|
| -
|
| ¢Dc
@® Dimensions when using XPHW/T insert @ Dimensions when using YPHW insert
Dimensions (mm) Dlr?:]r:rsll)ons
available ) available .
tilt angle Cat.No Fig tilt angle Cat.No Fig
¢Dc Ra Rh ¢Dc
0°~3° MQT-2016A00-M8 16 R63.27 5.48 3 0° MQT-2016A00-M8 16 -
0°~3° MQT-4020A00-M10 20 R64.29 5.48 3 0° MQT-4020A00-M10 20 -
0°~3° MQT-5025A00-M12 25 R63.26 5.48 3 0° MQT-5025A00-M12 25 -
0°~3 MQT-6032A00-M16 32 R62.41 5.48 3 0° MQT-6032A00-M16 32 -
0°~3° MQT-6035A00-M16 35 R62.16 5.48 3 0° MQT-6035A00-M16 35 -
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