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Indexable radius cutter with edge sharpness and strength.

\
FREDODAUBIWIINA csvgne
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Adopted radius insert with edge sharpness and strength by unique helical cutting edge.

Y —FRE8d—IF{IHk.
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Economical double-side insert (8 corners).

MEDA VY —rOY)IEHRIBERA.
£ VY —NIREN TS RO  ABE BT REEICHECEE
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Unique insert rotation preventing structure: Due to wedge-shaped
binding face of insert prevents movement of inserts. Able to stable
machining.

wedge-shaped
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Two type inserts with chlpEr!;aker are available: “PM breaker” for mold material and “MM breaker” for
titanium alloy & Inconel.

4 insert grades “JC8050”, “JC8118", JC7518 & “JC7550" can be widely applied from general & mold
die steel, titanium alloy & stainless steel.
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revents chattering & vibration.

— S YN TREC TR B H.

Through coolan_t'_hole: surely coolant supply to cutting edge.
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Cutting force comparison

7] Hl 1% g€ Cutting performance

YNEHRMII RS a4 TERER X

Cutting force of EXTDM is almost the same as the conventional positive cutter.

X (ED 57 Feed force)
Y (F573 Mainforce)
Z (E%57] Backforce)
&7 (Resultant force)

#8144 : S50C Material €50
@tJHIZEH Cutting conditions :

THHAICTHNT Test by one insert

@32 LR Overhung length: 120mm
@ EFE Tool No. : EXTDM-5050R-12-22(¢50)

Ve=180m/min, n=1,146min", de=30mm @{EFJLS Holder No. : BT50
@50y N I7JO— Downcut&airblow @A Y — MEZE Insert No. : RNMU1205MOE-PM

(JCB050)

1,400

ap=1mm, fz=0.4mm/t

1,200

1,000

800

600
400—
2001

Wﬁﬂ?&ﬁ(N) cutting force

St ERah

REHAT)

Conventional tool
positive

IYAN) =LA
EXTDMFZ ( ¢ 50) (+ H &2 A )
EXTREME DIEMATE
EXTDM type (¢ 50, negative)

Q HFinkt&

Tool life comparison

’tJJﬁll!’Eﬁ(N) cutting force

4,500

ap=3mm, fz=0.6mm/t

4,000

3,500

3,000

2,500

2,000
1,500
1,000+

500+

0

Epaxnd 3
RS54 F)

Conventional tool

IYAN)=LELA b
EXTDMAZ (¢ 50) (% A )
EXTREME DIEMATE

positive EXTDM type (¢ 50, negative)

wEIM T oYL FRAT LA (SUS420J2) Material stainless steel (AISI 420J2)

@JHIZEH Cutting conditions : Ve=260m/min, n=1,650min", Vf=495mm/min, fz=0.3mm/t, 3e=30mm,
ap=0.5-25mm SVEVIII(°)ZD, Face milling & ramping ¥ 2>/73w N, 77 70— Down cut & air blow, THFICTHITL Test by one insert

@ T EE Tool No. : EXTDM-5050R-12-22(¢50)

@1 > — MEE Insert No. : RNMU1205MOE-MM(JC7550)
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EEYICIET Face milling & ramping
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Seconde[Frocess ﬁj]ﬂl Face milling
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%*ﬂ”’ﬁgﬁi (mm) Max. flank wear
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10m
FybEVT
Chipping

20m

FwbEIYT

Chipping

/
40m
IEEER

Normal wear

Chipping

@= DIJET: RNMU1205MOE-MM (JC7550)
== J #HAHZME competitor J
- L #H4E245 competitor L
9= RIEZE competitor R
|

20 30 40

Y181 (m) Cutting length
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Line u

QR7ILTTSAR )
Facemill type @J—SVKUFE

Through coolant hole

®Db

®Dc

Q@ AKX Body

) 1. AEICA VP —NIHAATHIE R Ao
2. 2019 2BBED K. LY F BRI SV TRUBEERLLER (MOLY) [A44(C
ABLIZLE B A (BIFE) o BIESHRDHLIEE L,
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

A-15T TSW-410H 3.5

A VY — B FEFDFER Attention to mounting insert

Hf=W&E (A) contact surface (A)

A VY —hDHVE (A) MDY I KEDHRE (B) [CHTcD K SICEBLTIEE L,

Put insert so that contact surface of insert (A) can come into contact with wedge-shaped binding face(B).
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Line up
QEV1S—AYRIALT
 AD@E

Modular head type
AUA)VIIT
@ —SUKUTE
Through coolant hole
| C MD
(L — /
a
1 L HERNRRN! S
Lf
Q ZiNY: Body
~ti (mm) Dimensions B Parts
ke L>FWrench
% FE | U IS AH—h Clamp screw | (BI3Enot be included)
Cat. No. Stock | No. of inserts
inserts | #P¢ | R Lt | ¢Db | MD c w & /§
MTX-3032-12-M16 ([ 3 32 6 43 | 28 | M16 | 12 22
RNMU1205MOE- TSW-410H A-15T
MTX-4040-12-M16 () 4 40 6 43 | 32 | M16 | 14 26
) 1. RIS (CA VY —MIEFHAATHIEE Ao BIEB RO S,
2. EVAS—AYROEEEHF T MLIFB026 R—IZTBRIIEET L,
3. 20198 2BBES &1 LY F BEUT S TRUBFAERHILAE (MOLY) BAAITHBUNLER A (BIF)  BEEBRH S L, I7>7Thl HLZR LY (N-m)
Note) 1. All cutters are supplied without inserts. C|amp screw Recommended torque
2. Please see page B026 for recommended tightening torque.
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production. TSW-410H 3.5

QA Y —k

Insert

(RNMU-PM] (RNMU-MM)

¢Dc
¢Dc

) a—4+# PVDa—F1>%7 <tz (mm)
i EE e PVD Coated Dimensions
Cat. No. Tolerance | Total of corners
{double-side} JC8050 JC8118 @JC751 8| JC7550 ¢Dc T »D
RNMU1205MOE-MM M 8 [ ] [ ) 12 5.3 4.6
@) RNMU1205MOE-PM M 8 ° ° 12 | 53 | 46

17 —=Z10fBAY) TY,  10inserts per case.
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QEIJVAS—AYRERLDFEEIE  Attention

A EI25—AYE BUFIFEFDER Attention to mounting head and MSN/ MGN shank holder.

BEY 15— A\YR#EHFTFFIE Tightening procedure A SFEREETE NOTE
WiF## Cleaning - 1. Z/8FBINLTIVRO— LR /5 BUL BERAR/ S (DS
EV21T—AYR F—IVBEV v I 7 —/N\N[TBE—&I (BL , 94;?;&%5%?;@%\ %E%;qi%&;;;ggw
— 1,3 57 — )\ [ o =+ 17} -7 AN N g oj(CkbD RSB CA rara AN

<“’E7\9; ) V29277 —NTREIG-Body ) D55 L7 3. EY15—AYREF—LBES v 77— N [TEE—#] (6
—ICTERLLIEE L, ULIBRF —)b+> 07—\ [TEEG-Body)) DIEZEE
Remove dirt and chips with air from the connecting thread and face of SETREANEN E=#ER<IZE L,
modular head and MSN/MGN shank holder. Note) 12:g{g\;sueszg:g\;zr;:llscp(:enst;tzl\rzp:nnnwer:;vg;nch or DIJET DS type spanner wrench.
@ﬂi’fﬁﬁb Initial Tightening 3. Please confirm that there is no gap between MSN/MGN shank holder and modular head.
FHHICTEI2S—AYRREES —ILBEY v I 7 — pUYAR | BRAEbLY ) R W)
/\“WT_[EE—@J (*‘E)L/<(319:—)|J°/‘\7\/77—/\“f7_[§|§| Thread Tightening torque Spanner size

g e Sl - g M6 8.0N'm 8%
G-Body)) SN S B3 TIRAHUTL LN, e o 0 1ok
Tighten by hand until the head and the shank holder faces touch. M10 16N 14' 15
Q@A F v Final Tightening M12 20N-m 17,19
MLZORO—=ILANFHULIFERR/NF (DST A ) IC M16 25N-m 22,26

T HRENMVIETH KD EOES BATHDO UL TLLIEES L R 1. AN FEEI T~ RABRIBELTBYE Eh. BEEROEE,

2. MLZ3VbO—LR/NFBEDOKEE. EV2S—AYRO_ZER (WHE) &0

SFr N = »
BBV EZHEERLSIEE LY, CH RS BB S N EEY 15— AURTERA—VSH).
¥ (RINFICFOTREHEEN UBELRIBENHBIET )
Tighten slowly Wl.th torque cont.rol spanner wrench or DIJET DS type spanner e i
wrench and confirm that there is no gap. DS-85UL<(3DS-1 2 RELTHIE T,
. N Note) 1. Modular heads are supplied without spanner wrench.
J et l:fw ICPRRE DY 35 B \ﬁgt“ FHHITDE 2. In case of choosing torque control spanner wrench, confirm that the wrench
§ o = : ize is match to the dimensions W & C of each modular head
SHR b} o M size is match to the dimensions of each modular head.
. § ) nanJ: Jmﬁﬁ?%ﬁﬂﬁ I’Eb 5 Jgj" . (There are some cases that modifying the thickness of spanner wrench is necessary)
Attention : Final tightening without initial tightening cause connecting thread damage. 3. ' mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

N\FEE—#(EV 15— ~AYRAA—IVBEY + I 7 —I\) BERDEE Selection of "MSN Carbide shank holder”
HEH16EBDEY 15— \YFEFERT BIESE HEELVTmMmEL EEZEOHVWEE—@ZEEL TIEEL,
U< T DO IHAFHC KL TEE—HH'ITIE T BEEN HBUFT

In case of using modular head over ¢16mm, please select MSN carbide shank that diameter (¢D1) is Tmm or
more smaller than modular head (¢Dc). A wrong selection causes damage to the carbide shank.

¢dDc—¢pD1=1mm TiEE
JUFPS5V20.5mmB EHE

Clearance necessary
more than 0.5mm

THEE—BDEE: ¢D1

MSN carbide shank
neck diameter

PV S ZFRET DD T—5 V.
I7JO0—DEREHRELET,
Coolant or air blow is recommended for
flushing the chips.

EIJ1S5—AYRDHRE: ¢Dc
Modular head tool diameter

A IREEDHRILI NDERFIFEFDEE Ccaution for the mounting to shrink fit holder.

F—IVEBEY v I 7 —N[TEE—8 LTV 15— ANYRZEHREEZEHNILY TERT ZEEF. EIV15—AYRZEETU
T. [TEE—1& DHZEHREFH LTI IFITIIEE V. AYROEUTIFE BEEFHEICIT TS L,

When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank without
mounting a modular head. Please mount a modular head after shrinking fit operation.

) ANYRERFEFFREFHZETIENAYRPA VPG —MDIFTNCLLBEBZTENBIEFET .

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.
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Line u

Q TEE— B (V15— ~vrEL—LBE v IT—1)

MSN Carbide shank arbor

BT VRSNV TIAT Endmill shank type BANU—R7—=/NF AT Straightarbor type

QT —SURTUTE Through coolant hole @=EERNT For high productivity @ —SURIUTE Through coolant hole O@SHEERNT For high productivity

0Dz I—SUNRE
Fig.2 g Coolant hole dia.

T
Ds h6
®Ds hé

e

W& i ~ti& (mm) Dimensions B8 W= s ~ti& (mm) Dimensions E8ke)
Cat. No. Stock|¢Ds| g1 | L |eD1| 6n° | MD | 9D2 |Weight| ™= Cat. No. Stock| ¢Ds L MD ¢D2 | Weight
MSN-M16-25-S32C | @ | 32 | 25| 90|29 | - 085| 1 MSN-M16-160S-S28C | @ 160 1.22
MSN-M16-55-S32C | @ | 32 | 55/120|29 | - 1.13] 1 MSN-M16-230S-S28C | ® | 28 | 230 | mi6 | 8 | 1.77
MSN-M16-77-S32C | @ | 32 | 77[157|29 | - 1.47] 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M16-97-S32C | @ |32 | 9717729 | - 164] 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M16-105-S32C | @ | 32 [105/170|29 | - 159 1 MSN-Mi6217Sss2C| @ | | 217 | | | 222
MSN-M16-117T-S32C | @ | 32 [117[197 |29 |0%38’ 1.88| 2 MSN-M16-287S-S32C | @ 287 294
MSN-M16-127-S32C | @ | 32 [127]207 |29 | - 1.89] 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-1277-S32C | @ | 32 |127|207 |29 |0°30/M16| 8 |223| 2 @:%—1—FEME Standard stock tems
MSN-M16-155-S32C @® | 32 |155(220 (29 - 204| 1 ) BEVAS—AYROHEEFFINLI 36—V BTBRIIEEV,
. Note) Please see page 6 for recommended tightening torque.
MSN-M16-177-S32C | @ | 32 (177|257 |29 - 232| 1
MSN-M16-177T-S32C | @ | 32 |177|257 |29 (0°23 278| 2
TBE—1& (BB v 7 —{FE7 —/\[BT/HSKY v 094 7))
MSN-M16-195-S32C | @ | 32 |195(260(29 | - 240| 1 et ! .
MSN-M16-197T-832C . 32 11971277129 |0°23 300 2 Please SCa{]TthOHD\ng QRccdefurthe other arbor
(MSA type integrated carbide shank).
MSN-M16-225-S32C | @ | 32 |225(290 29 - 257| 1
MSN-M16-245-S32C | @ | 32 |245|310|29 | - 274 1
MSN-M16-295-S32C | @ | 32 |295|360 29 - 317| 1

@:A—H—TERER Standard stock items

i) EVAS—AYROEERBHFILIZ6R—IZETSRIIETV.
Note) Please see page 6 for recommended tightening torque.

Q BE G-BodyEvas—~vrmEzF—1Lyvyo7—N)
MGN G-Body steel shank holder
OSHIEN DOMAKEICENSG-Body @Y3—hIAT
ORHURIHEVWIIITWRANLEFDENY < I'llidr ZH(C KB IRIEXTRICIE.
JRAMNT =TV RAICHENTREEG-Body (RF =LY+ T) ##EVLE T, a) @D I—FUNUR codsnthae s
@Adopted ultra-rigid and improved body durability "G-Body". =

@Short type
@Cost-effective and high strength steel shank holder.

I
I
—H
I
o5t

\ 1 |
BIVRIIVIvTIAT Endmill shank type 2
.7—5‘/%7?1713‘— Through coolant hole i = iz i BN i Ei_(kg)
Cat. No. Stock|eDs| €1 | L |#D1|6n° |MD|eD2| Weight
G-Body, MGN-M16-37-S32 | @ | 32| 37 /10729 | — |mi6] 6 | 056
MGN-M16-77-532 ® |32 77|157| 29| — |m16| 6 | 083

) 1. EV2S5—AYRETHEIG-BodyfBHED B HOUIHIFMFE, OX— I DIRETHIRMHRZZOFFEA LTV,

@:A——TEEER Standard stock items
2. EVAS—AYROEERFHLF ML IE6R—IE TSR,

Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 9).

2. Please see page 6 for recommended tightening torque.
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*% E 7] EU % ﬁ: Recommended cutting conditions

°7ﬁ7947°7541 Facemill type

~150 1.5 33 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.0 33 1,210 | 2,120 200 1.0 42 960 | 2,020
300 0.6 33 1,020 1,790 300 0.6 42 810 1,700
~150 1.5 33 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.0 33 1,210 2,120 200 1.0 42 960 2,020
300 0.6 33 1,020 1,790 300 0.6 42 810 1,700
~150 1.5 33 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.0 33 1,210 2,120 200 1.0 42 960 2,020
300 0.6 33 1,020 1,790 300 0.6 42 810 1,700
~150 1.2 33 1,020 1,530 ~150 1.2 42 810 1,460
200 0.8 33 860 1,290 200 0.8 42 680 1,220
300 0.4 33 700 1,050 300 0.4 42 560 1,010
~150 1.0 33 760 950 ~150 1.0 42 610 920
200 0.6 33 640 800 200 0.6 42 510 770
300 0.3 33 540 680 300 0.3 42 430 650
S50 1.0 33 570 570 =10 1.0 42 450 540
200 0.6 88} 480 480 200 0.6 42 380 460
300 0.3 88} 410 410 300 0.3 42 330 400
~150 1.5 33 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.2 33 1,210 2,120 200 1.2 42 960 2,020
300 0.7 33 1,020 1,790 300 0.7 42 810 1,700
~150 1.5 83 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.2 83 1,210 2,120 200 1.2 42 960 2,020
300 0.7 83 1,020 1,790 300 0.7 42 810 1,700
~150 1.5 33 1,020 1,790 ~150 1.5 42 810 1,700
200 1.0 33 860 1,510 200 1.0 42 680 1,430
300 0.6 33 700 1,230 300 0.6 42 560 1,180
~150 1.5 33 1,400 2,450 ~150 1.5 42 1,110 2,330
200 1.0 33 1,210 2,120 200 1.0 42 960 2,020
300 0.6 33 1,020 1,790 300 0.6 42 810 1,700
~150 1.0 33 570 510 ~150 1.0 42 450 490
200 0.6 33 480 430 200 0.6 42 380 410
300 0.3 33 410 370 300 0.3 42 330 360
~150 1.0 33 320 290 ~150 1.0 42 250 270
200 0.6 33 270 240 200 0.6 42 210 230
300 0.3 33 220 200 300 0.3 42 180 190
£ : BHURS 0verhung length  @p: B75MOYHAFRS Axial depth of cut - @e : RSB DYHAFRE Radial depth of cut 1 : TEBERERE Spindle speed Vi EWUIRE Feed speed
EALDEEERE Note:
AR B A DA L B EG R LR BB AL T AL, e e s aaa
*5.7—7 DESH50-565HRCOB & 13, LERGIHIS M (A NH) Dap, n, VI £30% T TSV, *4. Use air blow.

*6.F 2 AR - THEELILERMIET>TEE, *5. In case of 50-55HRC (hardened die steel), recommend to reduce 30% above ap, n, Vf.
*6. In case of titanium alloy or Inconel, recommend wet cutting.
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*% ZE t)J ﬁu % ﬁ: Recommended cutting conditions

Q TV 215 —ANYRMTXFAHTBEE—EI(EY 15— NYRBAZ—VEBEEY +>/ T 7 —I\) MTX and MSN type

TEZ(mm) Tool dia.
HELZ Ei:2"3
HIA A= | 2 —h <2 40
Work materials & & FE No. of teeth 3N T No. of teeth 4N
Insert No. Grades
ap ae n % 2 ap ae n %
(mm) (mm) (mm) (min™) | (mm/min) |  (mm) (mm) (mm) (min™) | (mm/min)
%348 (S50C, S55C) ~100 15 21 2,190 | 2,300 | ~100 1.5 27 1,750 | 2,450
#ES250HBLELT RNMU-PM | JC8050 | 150 1.0 21 1,800 | 1,980 150 | 1.0 27 1,510 | 2,110
Carbon steel (C50,C55)
Below 250HB 210 0.6 21 1,590 | 1,670 210 0.6 27 1,270 | 1,780
$48(GM190, ICD5) ~100 15 21 2190 | 2,300 | ~100 1.5 27 1,750 | 2,450
fféffﬁ'?]%; RNMU-PM | JC8050 | 150 1.0 21 1,890 | 1,980 150 | 1.0 27 1,510 | 2110
ast stee .
Below 285HB 210 0.6 21 1,590 | 1,670 210 0.6 27 1,270 | 1,780
T E48(SKD61, SKD11) ~100 15 21 2,190 | 2,300 | ~100 1.5 27 1,750 | 2,450
HEE255HBLIT RNMUPM| Jc8050| 150 | 1.0 21 1,890 | 1,980 150 | 1.0 27 1,510 | 2,110
Die steel (1.2344, 1.2379)
Below 255HB 210 0.6 21 1,590 1,670 210 0.6 27 1,270 1,780
TIN—K48 (HPM7, PX5, P20) ~100 1.2 21 1,590 | 1,430 | ~100 1.2 27 1,270 | 1,520
##a30~36HRC RNMU-PM | JC8050 | 150 0.8 21 1,340 | 1,210 150 0.8 27 1,070 | 1,280
Mold steel (1.2311, P20)
30~36HRC 210 04 21 1,090 980 210 04 27 880 1,060
71N —K>48 (NAKSO, HPM1, P21) ~100 1.0 21 1,190 890 | ~100 1.0 27 950 950
#£a38~43HRC RNMUPM | JC8118 | 150 06 21 990 740 150 | 06 27 800 800
Mold steel (1.2311, P21)
38~43HRC 210 0.3 21 850 640 210 0.3 27 680 680
152 A\ 148 (SKD61, DAC, DHA) ~100 1.0 21 900 540 | ~100 1.0 27 720 580
#x42~52HRC RNMUPM | JC8118 | 150 0.6 21 750 450 150 | 06 27 600 480
Hardened die steel (1.2344, 1.2379)
42~52HRC 210 0.3 21 650 390 210 0.3 27 520 420
¥ #358% (FC250) ~100 15 21 2,190 | 2,300 | ~100 1.5 27 1,750 | 2,450
‘Ef‘f“ég%m RNMUPM | JC8118 | 150 1.2 21 1,890 | 1,980 150 | 1.2 27 1,510 | 2110
astiron
160~260HB 210 0.7 21 1,590 | 1,670 210 0.7 27 1,270 | 1,780
#941)V§58% (FCD700) ~100 15 21 2190 | 2,300 | ~100 1.5 27 1,750 | 2,450
#&170~300H8 RNMU-PM | JC8118 | 150 12 21 1,800 | 1,980 150 | 1.2 27 1,510 | 2110
Nodular cast iron (GGG70)
170~300HB 210 07 21 1,590 | 1,670 210 0.7 27 1,270 | 1,780
F—ZFFNRRTLL X4 ~100 15 21 1,590 | 1,670 | ~100 1.5 27 1,270 | 1,780
(SUS304, 316, 317)17Cr% | p\yum | Jc7550 | 150 1.0 21 1,340 | 1,410 150 | 1.0 27 1,070 | 1,500
Stainless steel Austenitic
(AISI 304, 316, 317) 210 0.6 21 1,090 1,140 210 0.6 27 880 1,230
YT ARRRAT L X5 ~100 15 21 2190 | 2,300 | ~100 1.5 27 1,750 | 2,450
(SUS408, 420J2, 430)13Cr% | RNMU-MM| JC7550 | 150 1.0 21 1,800 | 1,980 150 1.0 27 1,510 | 2,110
Stainless steel Ferritics/Martensitic
(AISI 403, 42042, 430) 210 0.6 21 1,590 1,670 210 0.6 27 1,270 1,780
Fa A% (Ti-6A-4V) ~100 1.0 21 900 490 | ~100 1.0 27 720 520
5§$35~43;|HHC RNMU-MM | JC7518 | 150 0.6 21 750 410 150 | 0.6 27 600 430
itanium alloy
(35-43HRC) 210 0.3 21 650 350 210 0.3 27 520 370
fits#&4 (INCO718) ~100 1.0 21 500 270 | ~100 1.0 27 400 290
5§3‘3|5~43|HRC RNMU-MM| JC7518 | 150 0.6 21 420 230 150 0.6 27 340 240
ncone
(35-43HRC) 210 0.3 21 350 190 210 0.3 27 280 200
2 : BHURS Overhung length  @p : S5 EIDYHAFGHES Axial depth of cut  @e : 2ERFBDYBAFES Radial depth of cut 1 : TEBEHERE Spindle speed  VF: IXUIEE Feed speed
FEALEDIESEE Note
1. LRROTIHIE I BRI S LT — T BIMICIEC TREEC IR, ) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVINRELEBE R THAHRSE ERBELNGERL TSN, HBVIEE)REE TS TEALEEL, *2. In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed Vf
BEMBHTREDBEE FTPAHRIEZL THBV RIENBLVVE E FFTHEALEY, *3. If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and
4. I 7 =T O— L&V TRRENIREFT o TLIEEV RIS SIFBMC TOF v ET A I T TIEIWKTRIBISEE S0 Feed speed
*5.7 =Y DIEIH50-55HRC DG E 1E. EEEtEIS M (BEANE) Dap, n, Vi £30% T TERACEEL, *4. Use air blow.
6. F 2L AL THHASILERXMIET TR, *5. In case of 50-55HRC (hardened die steel), recommend to reduce 30% above ap, n, Vf

*6. In case of titanium alloy or Inconel, recommend wet cutting
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Max. ramping angle
32 0.7°
40 0.8°
50 1°
52 1°
63 0.8°
66 0.8°
° A8 — I‘*ZEJ%;R@ E ﬁ Application for choice of inserts
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O : &3# Very good
O : 3& Good
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‘();:"7"15:1'7}1##5[5# DIJET INDUSTRIAL CO., LTD.

& # T547-0002 AFRAFHRINER2TEHIE18S
TEL. 06(6791)67811t%%& FAX. 06(6793)1221 1@ 1@
ISO14001

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

105,,,“.( D
1S09001

Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JQA-EM1580

ERHLR
WERRXIE (FABRESRM WAKRRSZIE (KBRESEFR)

T221-0835 #E | |EEMHER | [XEBE2T B26F 4 £3RMEL6F  T547-0002 ABRMIFEHXMNER2T H1& 185

TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
WtRIRE PR BLEER

T373-0818 B HEEAHM/INEARIS 1 421t T732-0053 LEMERXEEPEI0S UJLEEREIOIS

TEL. 0276(45)8588 FAX.0276(46)7446 TEL. 082(636)3712 FAX. 082(536)3742
BIEF T4 BELA TR

TI83-0852 AT EHMEFXEMS T H2E35 T939-8096 EILMAAR1 78205 EEHE"E)L 1-B

TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX.076(425)5187
BE2EEXE (REEESER) BEREFR

T466-0034 2HEMRMXERR 1 T B39&#2 Tot)LiEsrr1F T547-0002 ARRMFEHFXNMER2TEH1E185

TEL. 052(851)5500 FAX.052(851)8311 TEL.OB(7223)8565 FAX.06(7223)8566
BEX = I 1ZF 7T547-0002 KRRFEEFHFXNNER2T H1E 185 TEL. 06(6791)6781 FAX.06(6793)1221
B= = = £ Ff T7518-0205 =EEFEMFZK758-14 TEL. 0595(52)2800 FAX.0595(52)2841

BE H # I 15 7584-0022 ARAFEMEMM-EEIRST 18235 TEL. 0721(23)2700 FAX 0721(23)2705

IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany RM.No0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA

MIDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-6511-4585  Fax. 86-28-6511-2758

699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
Khet Suanluang, Bangkok 10250, Thailand B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China

MDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-6773-8919  Fax. 86-27-8773-6959

Room No.712 Tomson Commercial Building., 710 Dongfang Rd., IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Shanghai 200122, China 322, ARCADIA
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Hiranandani Estate, Patlipada, G.B. Road,

BIDUET INDUSTRIAL CO., LTD. (Guandong Representative Office) ;:2:: (;\:)32042%1'2‘;? o 019940240019
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town, ' '
Dongguan City, Guangdong Provence, 523850 P. R., CHINA IDIJET Incorporated (U.S.A.)
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, M1 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395
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https://www.dijet.co.jp 0120-39-81-39 Fiicero-x

9:00~12:00. 13:00~17:00(£-B-#RE=RL)

CERLDEFR ITe2R2ICTEAVRLDIC

OB REIHIEM TEALBVTLREEV, @K EREFRPRITDH D TEFMEALBV TS,

Ot T DREL BEMETICID T AICTERLR TV X AREBRFPLPLREHN—ZTFEALEE L,

WARNING: Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

O T EHFIG. WMBDIHTFELLEET DL HUET, Specification shall be changed without notice.

ZIBTR PRO d.o.o.
t: +386 1 896 22 80

Z I BT R P Ro e: info@zibtrpro.si

tehnologija obdelave - vpenjalni sistemi w: www.zibtr.com



