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QUICk,&MInI New generation high feed mill

Roughing application for high feed tool

Product type

SKS series

(ap=3mm / high machine power
/ high rigidity insert)

.

SKS series (high rigidity insert)

For high power machine (over BT50)

e N\ N\ )

Multi EXTREME SKSGII SKS EXTREME
(EXM, MEX) (SKG, MSG) (EXSKS)

o Double-side insert (6 corners) ° Insert with 4 corners ° Double-side insert (6 corners)
°ap=2mm °ap=2.5mm ° ap=3mm
o 2 types of holder is available ° High cutting depth / o Suitable for high output
by using same insert.HF type High feed / machine (over BT50)
for high feed milling and SM High efficient machining o Corner radius for
type for shoulder milling. o Corner radius for programming : R3.5
o Corner radius for programming : R3.0-4.0

programming : R3.0

g J \L J L S
SKS Series SKS Series Cutting conditions
ronlcat w———
pplication range efficiency 3)ae=Dc X 0.6
4
EXSKS Metal removal rate : ll
SKSG |1 - SKSGII[J14 Metal removal rate - [l )
4 = feed : . 10’000
Insert I o 9,000 é
= 8,000 £
g SKSG I SKSGI 7000 £
= 010 ) S
': Insert 6,000 é’_
2 5000 @
4000 £
3,000
2,000

0 10 20 30 40 50 60 0 50 63 80 100 125 160 200
Hardness of work materials  (HRC) Tool dia. (mm)
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Product type

QM series
(@ap=1mm / Multi blades /
small-sized insert)

D

QM series (small-sized insert)

For high speed machine (BT30-BT50)

a N [ N[

QM Max QM Max G I
(MQX, QXP) (MXG, GMX)

° |nsert with 2 corners ° |nsert with 2 corners ° Double-side insert (4 corners)
o Low cutting force insert & o Multifunctional cutter ° Specializing in roughing
achieved high feed machining which can respond from °ap=1mm
°ap=0.3mm roughing to finishing. o Suitable for high speed
° Suitable for high speed °ap=1mm machine (BT40-BT50)
machine (BT30-BT40) o Suitable for high speed o Corner radius for
o Corner radius for machine (BT40-BT50) programming : R1.5
programming : R1.0 o Corner radius for
programming : R1.5
g J L J L J
1) Work material : S50C
Application range Comparing machining efficiency 2) Overhung length I /D=4
High 3)ae=Dcx 0.6
g
Heat;lile;}ilstant = QM Max(MQX) Metal removal rate : Il
% QM Max G Il (MXG) Metal removal rate : Il
9o Feed : @
Titanium alloy 2 2000 - 12,000 =
= 1800 11,000 £
Stainless steel 2 1600 10,000 E
£ 1400 9,000 g
3 1200 6,000 &
AIonsteeI 1000 7’000 g
QM MaxGll 800 . 6,000 ©
Carbon steel 600 5,000
400 [® 4,000
Cast iron 200
20 30 40 50 60 0 10 12 16 20 25 32 40

Low
Hardness of work materials (HRC) Tool dia. (mm)



chkf& ] New generation high feed mill

Finishing application for indexable tool

Product name Tool dia.
Holder No. Modular head / Face mill type
. End mill type (effective No. HEpRREGE
() shows insert No. (effective No. of flutes) of flutes)
P page |
Mirror Ball
MBX/BNM ©6~32
(BNM, BNNLSS BNM-TG, ) (2N)
BNM-TS
M B " d TifdAe
irror Ball radius type insert ~
MBX/BNM ples0s0 _
(2N)
(GRMm)
Mirror Radius
MRX/RNM ©6~@32 o
(2N)
(RNM, FRM)
QM Mill
MPM @10~ @32 B & o
( EOHW0602 * * ZTR ) (2N~8N) 3 [
YOHWO0602 * * ZER-12 ’
P P
QM Max
MQX/QXP P16~ @42 @40~ @66
EPHW1003 * * ZTR (2N~7N) (6N~8N)
YPHW1003 3 3k Z %k R- 3k 3k
P P31 |
High precision QM Max
Mar ©16~®35 B
XPH * 1003 * * ZER-R (2N~6N)
YPHW1003 3k 3k Z %k R-3k sk
X7
Indexable Finish-One ®10~921 o
MFO (1N)
Back Draft @20~ @40 @50~ 80
MDB/DBD (1IN~3N) (4N~6N)
Finish Jet Mill . ®80~ 250
FJM (4N)
New Back & Forth Cutter ®30~ @40 @50~ 80
MPF/PFC (2N~3N) (4N~8N)
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Type of machining

Work materials (P.M.K.H)

Please see page of cutting condition when selecting insert type.

Hardness (HRC)

Shoulder

Slope

~20

30 40

50

60

JAN

O

Coated / CBN (for cast iron)

O

O

Coated / CBN (for cast iron)

Coated

Cermet / Coated / CBN

Cermet / Coated / CBN

Cermet / Coated

C

ermet / Coated / CBN

Cermet / Coated

CBN / Coated




Quick & Mini

New generation high feed mill

Attention

Attention to mounting head and MSN/ MGN shank holder.

Tightening procedure

@) Cleaning
Remove dirt and chips with air from the connecting thread and face of modular head and
MSN/MGN shank holder.

&1 Initial Tightening
Tighten by hand until the head and the shank holder faces touch.

® Final Tightening

Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm
that there is no gap.

Attention : Final tightening without initial tightening cause connecting thread damage.

( )
A Thread Tightening Torque Sﬁ;\’,n(?;rrz)ze
Note) 1. Only use the torque control spanner wrench or M6 8.0N°m 8"
DIJET DS type spanner wrench. M8 16N°m 10, 12
2. Please gently apply pressure on wrench. M10 16N°m 14,15
3. Please confirm that there is no gap between MSN/MGN M12 20N*m 17,19
shank holder and modular head. M16 25N-m 22,26
Note) 1. Modular heads are supplied without spanner wrench.
2. In case of choosing torque control spanner wrench, confirm that the wrench size
is match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)
3. 5% mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.
& J

Akelection of "MSN Carbide shank holder"

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_(,DD1 =1mm Clearance necessary

MSN carbide shank more than 0.5mm

neck diameter - QD1

Coolant or air blow is recommended to flushing the chips.

Modular head tool diameter : @ Dc

A\Caution for the mounting to shrink fit holder.

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
together. Please mount a modular head after shrinking fit operation.

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




Quick & Mini

OMN

Features

New generation high feed mill

)

Low cutting
force

)

Multi blades

specification

)

.Adopted unique 3D geometry inserts with low cutting force and multi blades specification, even if small
inserts, QM MILL achieved high speed and high efficient machining.
@possible to use by low power and compact machines such as BT30.

Multi blades specification: 10 mm dia. for 2N and 32 mm dia. for 8N.

Vibration “QM-MILL" MPM type can be possible high efficient machining and longer tool life, due to control the vibra-
free tion by the combination of MSN carbide shank holder.

Insert with low cutting forces

ZOMT0602..ZER-PL(R0.2,04,0.8)

Adopted PVD coated grade “JC8118" possible to cut general steel, hardened material, titanium alloys and heat-resistant alloy,
tough grade “JC8050” for interrupted cutting, and new PVD coated grade “JC7560” improved heat-fracture resistance &
impact strength and tool life. Moreover, adopted new PVD coated grade “DH102" suitable for high hardened material. And,

Multi blades specification even if small inserts achieved
maximum feed speed Vf=10m/min on general steel.

L RN RIRENR

—“l'l'!.‘P‘I‘I' |

. . Highly accurate G-Body can correspond
Adopted hlgh rlgld G-BOdy from high feed to finishing.

Inserts variation

High feed insert for unfavorable condition

EOMWO060210ZER

High hardened steel

“MIRROR INSERT" for finishing side & bottom face

EOHWO0602...ZTR(R1.0, 2.0) YOHWO0602...ZER-12

available now “MIRROR INSERT”YOHW type for finishing side & bottom face.




Quick & Mini New generation high feed mill

QM NV

Cutting performance

Material: S50C C50, 1049 .
Cutting conditions: Dc=16mm, Vc=120m/min, dp=0.3mm, de=9mm, Down Cut Low cutting force

1500

Tt
oeEiep @

o
[=3
o

o

Cutting resistance (N)
w
o
(=]

QM MILL MPM type Competitor A

More chatteri

- 420 430

Feed force
m’ 660 1020

Main force

7 L L
O Back force 500 730

Resultant f QM MILL MPM type Competitor A
i s SH 529 f=5.2mm/rev f=5.2mm/rev

Material : S50C C50, 1049
Cutting conditions: Dc=16mm, Vc=120m/min, Gp=0.3mm, Ge=9mm, Down Cut

@Ex |y 0z [[JResultant force
1500 Feed force Main force Back force
(N) QM MILL MPM type Competitor A B
1200 — M
900 —
600 7 —
300
0 L L L L L L L L L L
T'stpath 2'ndpath 3'rdpath 4'thpath 5'thpath  1'stpath 2'ndpath 3'rdpath 4'thpath 5'thpath
q qTa q QM MILL MPM type: MPM: 5'th path Competitor A: 5'th path
Cutting forces of QM mill is kept constant since 3rd path. i P P P

Chip shape (f=4.0mm/rev)

1'st path 2'nd path 3'rd path 4'th path 5'th path

TR o T

NIV TLN

Chips by QM mill show smooth cut and less heat generation.

Competitor A




Modular head MPM type

Through coolant hole

// DIJET

-

e N i 1
T AR
| Lf
l'lﬁi TUUUH
— N SOOI For shoulder milling
C 3
| MD
\r
gl - VA Vi 1 | 1
A =
RO.2~R0,8 1t |
Dimensions (mm) Parts
No. of GEAELES Clamp screw Wrench(i”,',‘zfu%ee,,
It d Stock|.
em code nserts| oDc | Lf | @Db| MD | C W @©\9 Q@ﬁ & /<§
MPM-2010-M6 ([ 2 10 18 9.5 | M6 6.5 8
MPM-2011-Mé6 o 2 11 18 9.7 | Mé 6.5 8
MPM-3012-M6 ([ 3 12 20 | 11.2 | M6 6.5 8
MPM-3013-M6 ([ J 3 13 20 | 115 | M6 6.5 8
@ MPM-3015-M8 U 3 15 23 |14 M8 8 12
MPM-4016-M8 [ J 4 16 23 |15 M8 8 12 EO %0602 *Z%R
MPM-4017-M8 ([ ] 4 17 23 15 M8 8 12 ZOMT0602 * * ZER->k * | DSW-1840H A-06
@ MPM-4018-M8 O 4 | 18 | 23 |15 M8 | 8 12 | YOHWO0602* *ZER-12
MPM-5020-M10 o 5 20 30 |19 M10 | 9 14
MPM-5021-M10 ([ 5 21 30 |19 M10 | 9 14
MPM-6025-M12 o 6 25 35 | 236 | M12 | 10 17
MPM-7030-M16 O 7 30 43 | 29 M16 | 12 22
MPM-8032-M16 [ J 8 32 43 | 29 M16 | 12 22
Arbor Cutting conditions
Note) 1. All cutters are supplied without inserts.
2. Please see page 5 for recommended tightening torque. Clamp screw Re“""’g‘,j’]d;‘% torque
(When mounting M6 or M8 head to shank, recommend to use DIJET DS type spanner wrench.) DSW-1840H 04
3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
®Spanner (M6, M8)
Item code Thread Tightening torque Spanrer - Thickness Total length
% DS-8 M6 8.0N:m 8 85
DS-12 M8 16 N-m 12 93

* DS type spanner wrench prevented over-tightening, due to short handle specification.

Standard stock items

O:

Stock in Japan




End mill type

Quick & Mini

IV

New generation high feed mill

R1~R2

BPME type Through coolant hole
@For high feed milling
— T - ] o
B = S|
£2 s
L

@For shoulder milling

— T -] o)
= 1 - - o T T T S
R0.2~RO L2 Ls
L
BPME-LS type
@For high feed milling
o 6
22 s
L
@For shoulder milling
- - L _ _ _ _ _ o
S
22 s
L

Dimensions (mm)

No. of | Coolant

Parts

Applicable inserts

Clamp screw Wrench(m‘zfu%eey

Type Cat. No. Stock ||
inserts| hole ¢ Dc D2l Ds| L ¢@Ds ( O@, g g O ; § %ﬁ
PME2010S10 [ ) 2 With 10 | 20 | 60 80| 10
R??géar PME3012S12 ® 3 With 12 | 20 | 60 80| 12
PME3014S12 [ ) 3 With 14 | 20 | 60 80| 12 [EO> *0602%% *Z*R
ZOMT0602 * >k ZER- > BSW-1840H A-06
PME2011S10-LS ® | 2 | without | 11 | 33 | 87 | 120 10 |YOHWO0602 *  ZER-1D
L°”g,;2a”" PME3013512-LS | @ | 3 | without | 13 | 39 | 81 | 120 12
PME3014S12-LS (] 3 Without | 14 | 42 | 78 | 120 | 12

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

Cutting conditions @RNEIVETEIE

Recommended torque
I
Clamp screw (N-m)
DSW-1840H 04

@ : Standard stock items

(o X



MPM/PME

High feed insert (EOMT0602 * > ZER)

{JC7560)

// DIJET

9°
t

L1 ]

(@lstlgtefeelateliifelal  18~20 page

“MIRROR INSERT” for finishing side & bottom face
(YOHWO0602 * * ZER-12)

Il

"

Cutting condition @A ase ISyl e

High hardened steel (EOHW0602 * * ZTR)

re

T T

Cutting condition g

Shoulder milling insert (ZOMT0602  * ZER)
4 0°

(5.

Cutting condition @PPIePL YT e

Shoulder milling insert for steel (ZOMT0602 >  ZER-PL)

e

Cutting condition () XY Bty 9

PVD coated Dimensions (mm)
Type Item code Tolerance)
JC8118|JC5118 | DH102 | JC7560|JC8015|JC8050| A | T | B [re | 6°
EOMT060210ZER M o o ® |65 (25 43(1.0/13°
High feed insert
EOMT060220ZER M o ® (65 (25/43(20/(13°
High feed insert for o
unfovorable condition | EOMWOG0210ZER| M | @ ° ® (65|25 431013
EOHWO060210ZTR | H o o 6.5 2543 |1.0/|13°
High hardened steel
EOHWO060220ZTR | H (I o 6.5 |25]143|20/|13°
ZOMT060202ZER-PL| M o ® |[662/27 43[02]13°
Should?rmillinlg insert ZOMT060204ZER-PL| M o ® [662/27/43/04|13°
or stee
ZOMT060208ZER-PL| M o ® (66227 43]/08]13°
YOHWO060203ZER-12| H [ ([ 6.5 2643 /03|13°
o IRROR o o | YOHWO060205ZER-12| H ° ° 65 26|43 05[13°
inishing side & bottom face|
YOHW060208ZER-12| H () o 6.5 264308/ 13°
10 inserts per case.
[ @ : Standard stock items [J: Stockin Japan




Suces e New generation high feed mill

OM NV

Discrimination of grade for MPM / PME insert

Each grade shows different mark around the hole for fool proof.

JC8118

Discrimination
mark

o Magnetizing and demagnetizing can be easily done only by inserting the tip of wrench into the
Magnetizer + and rubbing lightly.
o The work efficiency when insert is setting by magnetizing the tip of wrench improves.

#*Please do not use it in the vicinity of the equipment to be influenced with magnetism.

Item code Stock
MAGNETISER Ol 1 piece per case.




MSN

TYPE Through coolant hole For high productivity

£y

@D2: Coolant hole dia.

// DIJET

AB =K

®D2: Coolant hole dia.

Fig.1 S Fig.2
_ — ot R o
%[M',J' - B = - § S = — é
4 ! 21 &n
L
End mill shank type
ltem code S MEAEIETS i) weight (kg)| Fig
¢@Ds 21 L @D1 6n° MD pD2
MSN-M6-12-S10C o 10 12 60 9.7 — 0.06 1
MSN-M6-15-S12C [ J 12 15 60 11.5 — 0.08 1
@ MSN-M6-15-S16C o 16 15 60 13.5 — 0.15 1
MSN-M6-30-S10C [ J 10 30 80 9.7 — 0.07 1
MSN-M6-30-S12C (] 12 30 80 11.5 — 0.11 1
@ MSN-M6-30-S16C [ J 16 30 80 13.5 — 0.19 1
MSN-M6-35T-S12C | 12 35 92 9.5 1°30 0.12 2
MSN-M6-50-S10C [ J 10 50 100 9.7 — M6 3 0.09 1
MSN-M6-50-512C [ J 12 50 100 11.5 — 0.13 1
@ MSN-M6-50-S16C [ J 16 50 100 13.5 — 0.23 1
MSN-M6-57T-512C o 12 57 114 9.5 1° 0.14 2
MSN-M6-65T-S16C [ J 16 65 125 11.2 1°45' 0.28 2
MSN-M6-80-5S10C o 10 80 130 9.7 — 0.12 1
MSN-M6-80-512C [ J 12 80 130 11.5 — 0.18 1
@ MSN-M6-80-S16C o 16 80 130 13.5 — 0.28 1
MSN-M8-20-S16C [ J 16 20 75 15.5 — 0.17 1
MSN-M8-40-516C o 16 40 95 15.5 — 0.22 1
MSN-M8-40T-S20C | 20 40 100 14.5 3°30 0.36 2
MSN-M8-77T-520C o 20 77 143 14.5 1°45' M8 4 0.49 2
MSN-M8-80-S16C [ J 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C o 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C [ J 16 152 207 15.5 — 0.51 1
MSN-M10-20-520C o 20 20 80 19.5 — 0.29 1
MSN-M10-40-S20C [ 20 40 100 19.5 — 0.39 1
MSN-M10-40T-S20C ([ ] 20 40 100 18.5 0°43’ M10 4 0.39 2
MSN-M10-70-S20C ([ 20 70 130 19.5 — 0.50 1
MSN-M10-85T-S25C o 25 85 161 18.5 2° 0.90 2

Note) Please see page 5 for recommended tightening torque.

 Standard stock items

[J: Stockin Japan




Quick & Mini

VALY,

o @D2: Coolant hole dia.
=

New generation high feed mill

Through coolant hole For high productivity

MSN Carbide shank holder

AE

@D2: Coolant hole dia.

Fig 1 Fig.2 /’%_

s e S S - B —T— - S
9[_ H‘g[ s( 1 8

21 i ’ ont
L
End mill shank type
Dimensions (mm)
ltem code Stock Weight (kg) Fig.
@ Ds 01 L D1 On° MD oD2

MSN-M10-90-520C [ 20 90 150 19.5 — 0.60 1
MSN-M10-90T-520C o 20 20 150 18.5 0°19’ 0.58 2
MSN-M10-140-S20C [ 20 140 200 19.5 — M10 0.80 1
MSN-M10-140T-520C o 20 140 200 18.5 0°12 0.77 2
MSN-M10-160-S20C ([ 20 160 220 19.5 — 0.87 1
MSN-M10-210-520C [ J 20 210 270 19.5 — 1.07 1
MSN-M12-25-S25C o 25 25 920 24 — 0.53 1
MSN-M12-55-S25C [ J 25 55 120 24 — 0.72 1
MSN-M12-100T-S32C | 32 100 180 23.5 2° 1.61 2
MSN-M12-105-S25C o 25 105 170 24 = M12 1.03 1
MSN-M12-135-S25C [ 25 135 215 24 — 1.30 1
MSN-M12-155-S25C ([ 25 155 220 24 — 1.34 1
MSN-M12-200-S25C [ 25 200 265 24 — 1.58 1
MSN-M16-25-S32C ([ 32 25 20 29 = 0.85 1
MSN-M16-55-532C [ 32 55 120 29 — 1.13 1
MSN-M16-77-S32C ([ J 32 77 157 29 — 1.47 1
MSN-M16-97-S32C ([ 32 97 177 29 — 1.64 1
MSN-M16-105-S32C ([ J 32 105 170 29 — 1.59 1
MSN-M16-117T-S32C | 32 117 197 29 0°38’ 1.88 2
MSN-M16-127-S32C [ 32 127 207 29 — 1.89 1
MSN-M16-127T-S32C | 32 127 207 29 0°30’ M16 2.23 2
MSN-M16-155-532C ([ 32 155 220 29 — 2.04 1
MSN-M16-177-S32C ([ 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C o 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-S32C [ 32 195 260 29 — 2.40 1
MSN-M16-197T-S32C O 32 197 277 29 0°23’ 3.00 2
MSN-M16-225-S32C [ 32 225 290 29 — 2.57 1
MSN-M16-245-S32C ([ ] 32 245 310 29 — 2.74 1
MSN-M16-295-532C ([ 32 295 360 29 — 3.17 1

Note) Please see page 5 for recommended tightening torque.

®

Standard stock items

[J: Stockin Japan




D)

MSN Carbide shank holder

Through coolant hole For high productivity

(—

// DIJET

AE

g @D2: Coolant hole dia.
O
SRR oheetein. St St Q
| L
Straight arbor type
Dimensions (mm)
ltem code Stock Weight (kg)
®Ds L MD pD2

MSN-M6-675-59.8C o 67 0.06

9.8 M6 3
MSN-M6-1075-59.8C o 107 0.10
MSN-M6-825-S10C (] 82 0.08

10 M6 3
MSN-M6-122S-S10C o 122 0.12
MSN-M6-80S-S11.8C o g 80 M6 N 0.11
MSN-M6-1205-511.8C o ’ 120 0.17
MSN-M6-905-512C o 90 0.13

12 M6 3
MSN-M6-130S-512C o 130 0.19
@ MSN-M8-875-514C ° 87 0.16

14 M8 4
@ MSN-M8-1375-514C ° 137 0.26
MSN-M8-975-515C ([ 97 0.21
MSN-M8-1475-515C o 15 147 M8 4 0.33
MSN-M8-1975-515C ([ 197 0.44
MSN-M8-1075-516C ( 107 0.27

16 M8 4
MSN-M8-1575-516C ([ 157 0.40
MSN-M10-130S-518C ( 130 0.42
MSN-M10-190S-518C ([ 18 190 M10 4 0.62
MSN-M10-240S-518C o 240 0.89
MSN-M10-130S-520C ([ 130 0.53
MSN-M10-190S-520C ([ 20 190 M10 4 0.78
MSN-M10-250S5-520C ([ 250 1.02
MSN-M12-185S5-523C o 23 185 e 6 0.98
MSN-M12-2655-523C ([ 265 1.42
MSN-M12-185S5-524C ) . 185 e : 1.07
MSN-M12-2655-524C ([ 265 1.54
MSN-M12-145S-525C o 145 0.91
MSN-M12-215S5-525C o 25 215 M12 6 1.36
MSN-M12-285S5-525C o 285 1.80
MSN-M16-160S-528C o 160 1.22
MSN-M16-230S-528C o 28 230 M16 8 1.77
MSN-M16-310S-528C o 310 2.41
MSN-M16-157S-532C o 157 1.61
MSN-M16-2175-532C o 35 217 M16 8 2.22
MSN-M16-2875-532C o 287 2.94
MSN-M16-3575-532C o 357 3.66

Note) Please see page 5 for recommended tightening torque.
@ : Standard stock items
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Quick & Mini

JIV

*Adopted ultra-rigid and improved body durability "G-Body".

New generation high feed mill

*Cost-effective and high strength steel shank holder.

MGN G-Body steel shank holder

[ Through coolanthole

*Short type

@D2: Coolant hole dia.

T
@Dshé

01 |
L
[tem code Stock DAeEIers w) Weight (kg)
¢@Ds 21 L @D1 On° MD @D2
MGN-M8-17-S16 U 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 [ 20 30 100 19 = M10 4 0.21
MGN-M12-35-S25 U 25 35 105 24 — M12 4 0.36
MGN-M12-85-525 O 25 85 165 24 - M12 4 0.57
MGN-M16-37-532 [ 32 37 107 29 — M16 6 0.56
MGN-M16-77-532 O 32 77 157 29 = M16 6 0.83

Note) In case of using MPM / MQX type combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 17-30, page 40-92).

G-Body;

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert
pocket and holder against thermal deformation, improved body durability and tool life by 30% or more, compared with competitor's
tool. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

[ @ Stock in Japan




Cutting data for"QM MILL"

// DIJET

1. Replacement from solid carbide tool to MPM in roughing.

Overhung length : 70mm

Part name Mold
=
§ Material P21
Hardness 40HRC
MPM-3012-M6
Tool No.
- oorTo MSN-M6-50-512C
s)
. Insert No. EOMT060210ZER
Grade JC8118
n, (Vc) Nn=3,000min", Vc=110m/min
VT, (f) Vf=4,500mm/min, f=1.5mm/rev
o
Rel
;g dp(mm) 0.3mm
S
Result =
= de(mm) 6mm
3
MPM reduced the tool cost & the vibration when
machining. Coolant Air blow
Achieved 1.5 hours in machining time
and 200m in cutting length.
Machine Vertical MC
2. Improved machining accuracy in finishing on 1.2344.
Overhung length : 50mm P AR Mold
=
é Material 1.2344
Hardness 50~52HRC
MPM-2010-M6
Tool No.
- eorre MSN-M6-30-510C
s)
= Insert No. YOHW060208ZER-12
Grade DH102
N, (Vc) N=2,550min", Vc=80m/min
V£ (f) Vf=1,000mm/min, f=0.4mm/rev
o
2
E= dp(mm) 0.05mm
5
Result >
£ de(mm) 5mm
5
O
Improved seat surface accuracy and shorten .
grinding time in next process compared with Coolant Oil coolant
conventional cutter of M class inserts.
Machine Vertical MC




Definition of corner shape for programming

Quick & Mini

Corner radius for programming %/
)

Remains

-

New generation high feed mill

Over Cut

Max.a
=04 P

W=1.7

(mm)
Corner radius for programming Over Cut Remains
R1.0 ( Standard) 0 0.17
R1.5 0.09 0.08
R2.0 0.30 0

Note) In case of setting corner radius for programming to R2, recommend to use
corner radius R2 type insert (EOMT060220ZER or EOHW060220ZTR).

Attention for profile milling with EO * > -type inserts

Ramping

L

Helical interpolation
®Dh

Tool dia. ¢ Dc

_.9p

@ 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 dp.

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

®In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
@ _Long consecutive chips may come out in case of drilling, confirm the safe condition sufficiently.

Eff Cutting | Max, depth Ramping Helical interpolation
Item code T?gwlr:i)a. (:::ln-) (();cr:)t Min. bore dia. | Max. bore dia.
Max.ramping |  Total cutting length at Max. ap Dh min (mm) | Dh max (mm)
angle 6°
MPM-2010-M6 10 6.6 0.3 2°18 7.5 15 18
MPM-2011-Mé 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 04 1°12' 19.1 25 28
MPM-4016-M8 16 125 0.4 1° 229 27 30
MPM-4017-M8 17 13.5 0.4 0° 54' 255 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 25 215 04 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
PME2011510-LS 11 7.6 0.3 1°54' 9 17 20
PME3012512 12 8.5 0.3 1°36' 10.7 19 22
PME3013512-LS 13 9.5 0.3 1°24' 123 21 24
PME3014512 (-LS)| 14 10.5 0.3 1°18' 13.2 23 26

Q Note) The ramping angle 0.5° or less is recommended (please refer to the above table).



Recommended cutting conditions for "EOMT/W-type inserts"

// DIJET

MPM and MSN type
Tool dia.(mm)
Work materials | Grades 10/11 12/13/15 16/17/18
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap ae Vf ap ae Vf ap ae Vf
(mm) (mm) (mm) (min) |(mm/min)] (mm) (mm) (mm) (min™") [(mm/min)| (mm) (mm) (mm) (min) |(mm/min)
C?crbO"cSte)EI \rse 50 | 03 | ~6 |3820/4580| 60 | 03 | ~8 |3,180|5720| 70 | 04 | ~122390| 8,600
50, C55
Below 250HB EJCSOSO; 75 | 025 | ~6 [3,440/3,720| 80 | 025 | ~8 |2,860|4,630| 120 | 03 | ~12 /2,150 | 6,970
JC8118,
100 | 02 | ~5 [3,0602940| 110 | 02 | ~7 |2,5540|3,660| 160 | 0.25 | ~12 {1,910 5,500
, 50 | 03 | ~6 3,500 4200 60 | 03 | ~8 |2920|5260| 70 | 04 | ~122,190]| 7,880
Die steel JC7560
(1234412379 |(jcg050)| 75 | 02 | ~6 3,150 |3400| 80 | 02 | ~8 2630|4260 120 | 03 | ~12 1,970 | 6380
(Uc8118)
100 | 0.15 | ~5 | 2,800 /2,690 | 110 | 0.15 | ~7 |2,340|3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
50 | 03 | ~6 3,500 4200 60 | 03 | ~8 |2920/5260| 70 | 04 | ~122190]| 7,880
Mold steel JC8118
0.2311,P20 EJcmo; 75 | 025 | ~6 3,150 |3400| 80 | 025 ~8 |2630|4260| 120 | 03 | ~12 1970 6380
JC8050,
100 | 02 | ~5 [2,800/2690| 110 | 0.2 | ~7 |2340(3,370| 160 | 0.25 | ~12 | 1,750 | 4,900
50 | 03 | ~6 28603150 60 | 03 | ~8 |2390|3940| 70 | 03 | ~121,790]| 5,010
Assces) | scens
Soasire |ucsosoy| 75 | 025 | ~6 | 2,570 2,540 | 80 | 025 | ~8 | 2,150 (3,190 | 120 | 025 | ~12 | 1,610 | 4,060
100 | 02 | ~5 2,290 2010| 110 | 02 | ~7 |1,910|2520| 160 | 02 | ~12 1,430 3,200
. 50 | 025 | ~6 223012230 60 | 025 | ~8 |1,860|2790| 70 | 03 | ~121,390] 3,340
A o 1ose | Jca118
1.2344, 1. ~ ~ ~
oot |ucsoso) | 75 | 015 6 (2,010 1,810| 80 | 0.15 8 | 1,670|2250| 120 | 0.2 12 (1,250 | 2,700
100 | - - - - | 110 | - - - - | 160 | - - - -
. 50 | 01 | ~6 | 950 470| 60 | 01 | ~8 | 800| 600| 70 | 0.15 | ~12| 600| 600
A o om0 | Jca118
Seainc . |eomwm| 75 | - - - - 80 | - - - - | 120 | 01 | ~12| 540| 490
100 | - - - — [For | - - - - | 160 | - - - =
, 50 | 03 | ~6 4780 5740| 60 | 03 | ~8 |3,980|7,160| 70 | 04 | ~12 2,980 10,730
Grey%NoduIarca)snron 1c8118
GG, GGG ~ ~ ~
Below 3008 | Ocrseo)| 75 | 0.25 6 |4300|4640| 80 | 0.25 8 |3,580(5,800| 120 | 035 12 12,680 | 8,680
100 | 02 | ~6 |3,820/3670| 110 | 02 | ~8 |3,180|4,580| 160 | 0.3 | ~12|2,380| 6,850
50 | 03 | ~6 |3,820/4580| 60 | 03 | ~8 |3,180|5720| 70 | 04 | ~122390| 8,600
Stainless steel
Below250HB |00 75 | 02 | ~6 3440 |3720| 80 | 02 | ~8 |2860 4630| 120 | 0.3 | ~12 2150 6880
100 | 0.15 | ~5 3,060 2,940 110 | 0.15 | ~7 |2,540|3,660| 160 | 0.25 | ~12 | 1,910 5,350
rseo 50 | 03 | ~6 |1,910/1910| 60 | 03 | ~8 |1,5902380| 70 | 03 | ~121,190]| 2,380
. 75
Titaniumalioy | g1y | 75 | 02 | ~6 | 1,720 1,550 80 | 02 | ~8 |1,430|1,930| 120 | 025 | ~12 1,070 | 1,930
(Ti-6Al-4V) (JC8050)
100 | 0.15 | ~5 1,530 /1,220| 110 | 015 | ~7 |1,270/1,520| 160 | 02 | ~12| 950 1,520
cste 50 | 03 | ~6 | 950 760| 60 | 03 | ~8 | 800| 960| 70 | 03 | ~12| 600| 960
(eonel, |ucrseo)| 75 | 02 | ~6 | 850| 760| 80 |02 | ~8 | 720 780| 120 | 0.25 | ~12| 540 780
(JC8050)
100 | 015 | ~5 | 760 610| 110 | 015 | ~7 | 640| 610| 160 | 02 | ~12| 480| 610

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.

Feed speed

3) If machine does not have enough power, recommend to reduce the depth of cut @p or Spindle speed and Feed speed.

4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "EOMT /W-type inserts"

MPM and MSN type
Tool dia. (Mmm)
Work materials | Grades 20/21 25
No. of teeth 5N No. of teeth 6N
r ap ae n Vf r ap ae Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
70 0.4 ~14 1,910 8,600 90 0.4 ~18 1,530 8,260
o | 60
Below 250HB 853??2; 120 0.3 ~14 1,720 6,970 140 0.3 ~18 1,380 6,710
190 0.25 ~14 1,530 5,510 210 0.25 ~18 1,220 5,270
) 70 0.4 ~14 1,750 7,880 920 0.4 ~18 1,400 7,560
(1 22:1315?%79) IC7560
Below 255HB (dgg??g 120 0.3 ~14 1,580 6,400 140 0.3 ~18 1,260 6,120
190 0.25 ~14 1,400 5,040 210 0.25 ~18 1,120 4,840
70 0.4 ~14 1,750 7,880 90 0.4 ~18 1,400 7,560
Mold steel JC8118
(123110200 | (c7560) | 120 03 ~14 | 1580 | 6400 | 140 03 ~18 | 1,260 | 6,120
(JC8050)
190 0.25 ~14 1,400 5,040 210 0.25 ~18 1,120 4,840
70 0.3 ~14 1,430 5,000 90 0.3 ~18 1,150 4,830
(,1V|20?!?1St§2e1| ) JC8118
38-43HRC (JC8050) 120 0.25 ~14 1,290 4,060 140 0.25 ~18 1,040 3,930
190 0.2 ~14 1,140 3,190 210 0.2 ~18 920 3,090
, 70 0.3 ~14 1,110 3,330 90 0.3 ~18 890 3,200
a1 o379 | a1t
“42-59HRC (JC8050) 120 0.2 ~14 1,000 2,700 140 0.2 ~18 800 2,590
190 - - - - 210 - - - -
i 70 0.15 ~14 480 600 920 0.15 ~18 380 570
A aa 12379 | Jcs118
1. b o ~ =z
5. 69HRC EOMWaype 120 0.1 14 430 480 140 0.1 18 340 460
190 = = = = 210 = = = =
) 70 0.4 ~14 2,390 10,750 90 0.4 ~18 1,910 10,310
Grey%é\l%dgaécéa)snron c8118
Below300HB | (1C7560) 120 0.35 ~14 2,150 8,710 140 0.35 ~18 1,720 8,360
190 0.3 ~14 1,910 6,880 210 0.3 ~18 1,530 6,610
70 0.4 ~14 1,910 8,600 90 0.4 ~18 1,530 8,260
Stainless steel
JC8050
Below 250HB (C7560) 120 0.3 ~14 1,720 6,970 140 0.3 ~18 1,380 6,710
190 0.25 ~14 1,530 5,510 210 0.25 ~18 1,220 5,270
70 0.3 ~14 950 2,380 90 0.3 ~18 760 2,280
Titani I JC7560
ttaniumalloy | (;cg11g)| 120 0.25 ~14 860 1,940 140 0.25 ~18 680 1,840
(Ti-6Al-4V) (C8050)
190 0.2 ~14 760 1,520 210 0.2 ~18 610 1,460
70 0.3 ~14 480 960 90 0.3 ~18 380 910
Inconel Jca118
(JC7560) 120 0.25 ~14 430 860 140 0.25 ~18 340 730
(INCO718) Ve
190 0.2 ~14 380 610 210 0.2 ~18 300 580

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Recommended cutting conditions for "EOMT/W-type inserts"

// DIJET

MPM and MSN type
Tool dia. (Mm)
Work materials | Grades 30 32
No. of teeth 7N No. of teeth 8N
r ap e Vf r ap e Vf
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min") (mm/min)
100 04 ~22 1,270 8,000 100 04 ~24 1,190 8,570
s | e
Below 250HB g(cig??g; 150 0.3 ~22 1,140 6,460 150 0.3 ~24 1,070 6,930
210 0.25 ~22 1,020 5,140 210 0.25 ~24 950 5,470
) 100 0.4 ~22 1,170 7,370 100 0.4 ~24 1,090 7,850
( 2?555?1,79) IC7560
Below 255HB (dgg??g; 150 0.3 ~22 1,050 5,950 150 0.3 ~24 980 6,350
210 0.25 ~22 940 5,330 210 0.25 ~24 870 5,010
100 04 ~22 1,170 7,370 100 04 ~24 1,090 7,850
Mold steel JC8118
(2311, P20 EJC7560; 150 03 ~22 1,050 5950 | 150 03 ~24 980 6,350
JC8050.
210 0.25 ~22 940 5,330 210 0.25 ~24 870 5,010
100 0.3 ~22 950 4,660 100 0.3 ~24 900 5,040
(?AZO;%“ISZG::) JC8118
38-43HRC (JC8050) 150 0.25 ~22 860 3,790 150 0.25 ~24 810 4,080
210 0.2 S0 760 2,980 210 0.2 ~24 720 3,220
) 100 0.3 ~22 740 3,110 100 0.3 ~24 700 3,360
a1 o379 | a1t
“2-59HRC (C8050) 150 0.2 ~22 670 2,530 150 0.2 ~24 600 2,590
210 0.15 ~22 590 1,980 210 0.15 ~24 500 1,920
) 100 0.15 ~22 320 560 100 0.15 ~24 300 600
A Saa 125 | Jcs11a
1. o o ~ ~
o5 69HRC EOMWiype 150 0.1 22 290 460 150 0.1 24 270 490
210 = = = = 210 = = = =
) 100 04 ~22 1,590 10,000 100 04 ~24 1,490 10,730
Grey%élgdléaécg)stwon 18118
Below300HB | (JC7560) 150 0.35 ~22 1,430 8,110 150 0.35 ~24 1,340 8,680
210 0.3 ~22 1,270 6,400 210 0.3 ~24 1,190 6,850
100 0.4 ~22 1,270 8,000 100 04 ~24 1,190 8,570
Stainless steel
Below 250HB | (Co0°0) | 150 03 ~22 | 1140 | 6460 | 150 03 ~24 | 1070 | 6930
210 0.25 ~22 1,020 5,140 210 0.25 ~24 950 5,470
100 0.3 ~22 640 2,240 100 0.3 ~24 600 2,400
Titanium alloy 17560
AL (cs118) 150 0.25 ~22 580 1,830 150 0.25 ~24 540 1,940
(Ti-6Al-4V) (JC8050)
210 0.2 ~22 510 1,430 210 0.2 ~24 480 1,540
100 0.3 ~22 320 900 100 0.3 ~24 300 960
Inconel Jc8118
(JC7560) 150 0.25 ~22 290 730 150 0.25 ~24 270 780
(INCO718) (e
210 0.2 ~22 260 580 210 0.2 ~24 240 610

£ :Overhung length, ap: Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut @p or Spindle speed and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "EOHW-type inserts" (2]
MPM and MSN type
Tool dia. (Mm)
Work materials | Grades 10/ 11 12/13/15 16/17/18
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap ae n Vf r ap ae n Vf r ap ae n Vf
(mm) (mm) (mm) (min') |(mm/min)| (mm) (mm) (mm) | (min') [(mm/min)| (mm) (mm) (mm) (min') |(mm/min)

) 40 0.20 | ~6 |2,860|2860| 50 0.20 | ~7 |2,390| 3,590 65 | 0.25 | ~12 | 1,790 | 4,300
Hardened die steel

01234412379 | jcg118 | 60 | 0.15 | ~6 | 2,570 |2,060| 70 | 0.15 | ~7 |2,150|2580| 95 | 020 | ~12 1,610 3,090

80 | 010 | ~6 |2,290|1,370| 95 0.10 | ~7 |1,910|1,720| 125 | 0.10 | ~12 | 1,430 | 2,060

40 | 015 | ~6 |2,550(1530| 50 | 0.15 | ~7 [2120|1,900| 65 | 0.15 | ~12 | 1,590 | 1,900

Hardened die steel

(1:2344,1.2379) | pyjoa | 60 | 0.10 | ~6 |2300|1,240| 70 | 0.10 | ~7 | 1,910 1,550 95 | 0.10 | ~12 | 1,430 | 1,520

55-62HRC
80 | - - - - |9 | - - - - | 125 | - - - -
Tool dia. (mm)
Work materials | Grades 20/ 21 25
No. of teeth 5N No. of teeth 6N
r ap e n Vf r ap e n Vf
(mm) (mm) (mm) | (min™") |[(mm/min){ (mm) (mm) (mm) | (min™) |(mm/min)

) 80 | 0.25 | ~14 {1,430 (4,290| 100 | 0.25 | ~18 | 1,150 | 4,140
Hardened die steel

(12344, 1.2379) ~ N
2344 12379 | jcg118 | 120 | 0.2 141,290 3,100 | 150 | 0.2 18 | 1,040 | 3,000

160 | 0.10 | ~14 {1,140 | 2,050 [ 200 | 0.10 | ~18 | 920 | 1,990

) 80 | 0.15 | ~14 {1,270 1,900 | 100 | 0.15 | ~18 | 1,020 | 1,840
Hardened die steel

(1:2344,1.2379) | pjop | 120 | 0.1 | ~14 | 1,140 | 1,540 | 150 | 0.1 | ~18 | 920 1,490

55-62HRC
160 | - - - - | 200 | - - - -
Tool dia. (mm)
Work materials | Grades 30 32
No. of teeth 7N No. of teeth 8N
r ap Ae n Vf r ap ae n Vf
(mm) (mm) (mm) | (min™") |[(mm/min){ (mm) (mm) (mm) | (min™) |(mm/min)

) 120 | 0.25 | ~22 | 950 [3,990| 120 | 0.25 | ~24 | 900 |4,320
Hardened die steel

(1.2344,1.2379) ~ ~
J2-59HRC Jcs118 | 180 | 0.20 22 | 860 |2,890( 180 | 0.20 24 | 810 | 3,110

240 | 0.10 | ~22 | 760 | 1,920 | 240 | 0.10 | ~24 | 720 | 2,070

120 | 0.15 | ~22 | 850 | 1,780 120 | 0.15 | ~24 | 800 | 1,920

Hardened die steel

(1.2344,1.2379) ~ A
o5-6aHRC DH102 [ 180 | 0.10 22| 760 |1,430| 180 | 0.10 24 | 720 | 1,560

20 | - | - | - | - 20| - | - | - | -

£ :Overhung length, ap: Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Recommended cutting conditions for "ZOMT * -PL-type inserts"

// DIJET

MPM and MSN type
Tool dia. (Mmm)
ek eiails A?ﬁsliecratf;'e Grades 10/ 11 12/13/15 16/17/18
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap |apxae Vf r ap |apxae Vf r ap |apxae V¢
(mm) | (mm) | (mm?) | (min?) [(mm/min)] (mm) | (mm) | (mm?) | (min?) [(mm/min)] (mm) | (mm) | (mm?) | (min) [(mm/min)
50 | ~4.0|~6.0|5,090| 810 60 | ~4.0| ~8.04,240/1,020( 70 | ~5.0|~10.0/3,180|1,020
C?rbon ste)el 1C8050
Below 250HB | PL type (c8118) 75 1.2 1.8 4,580 | 640 80 1.7 2.6 3,820 800| 120 2.0 3.0/2,860| 800
100 | ~0.5| ~0.8 |4,070| 490 | 110 | ~0.6 | ~1.2|3,400| 610| 160 | ~0.7 | ~1.3/12,550| 610
50 | ~4.0|~6.0|4,770| 570 60 | ~4.0| ~8.0 3,980 720 70 |~5.0|~10.0/2,980| 720
Die steel
(1.2344,1.2379) JC8050 ~ ~ ~ ~ ~ ~
Below 255HB PL type (c8118) 75 1.2 1.8 14,300 430 80 1.7 2.6 |3,580| 540| 120 2.0 3.0{2,690| 540
100 | ~0.5| ~0.83,820| 310 [ 110 | ~0.6 | ~1.2|3,180| 380| 160 | ~0.7 | ~1.3/2,390| 380
50 | ~4.0|~6.0|4,770| 480 60 | ~4.0| ~8.0 3,980, 600 70 |~5.0|~10.0/2,980 600
(Mold steel) Ic8118
1.2311,P20 - ~ ~ ~ ~ ~
30-36HRC PL type (JC8050) 75 1.2 1.8 14,300 340 80 1.7 2.6 13,580 430| 120 2.0 3.0/2,690| 430
100 | ~0.5| ~0.8|3,820| 230 | 110 | ~0.6 | ~1.2|3,180| 290| 160 | ~0.7 | ~1.312,390| 290
50 | ~3.0|~4.0|3,820| 380 60 | ~3.0| ~4.5|3,180| 480 70 |~4.0| ~6.0/2,390| 480
(Mold steel) I
1.2311,P21 ~ ~ ~ ~ ~ ~
38-43HRC PL type (JC8050) 75 1.2 1.6 | 3,440 | 280 80 1.3 1.8 12860 340( 120 1.7 2.212,150| 340
100 | ~0.5| ~0.8 3,060 180 [ 110 | ~0.6 | ~1.0|2,550| 230| 160 | ~0.6 | ~1.111,910| 230
50 | ~2.5|~3.0/3,180| 320 60 | ~25|~35/2650 400 70 |~3.5| ~55/1,990, 400
Hardened die steel
0234412379 | p\ e | scs118| 75 | ~1.0 | ~1.4|2,860| 230 | 80 |~1.0|~1.5|2390| 290| 120 | ~1.4| ~20/1,790 290
100 | ~0.5| ~0.6 2,550 150 [ 110 | ~0.5|~0.8|2,120| 190| 160 | ~0.5| ~1.0/1,590| 190
50 | ~4.0|~6.0|4,770| 760 60 | ~4.0| ~8.0 3,980, 960 70 |~5.0|~10.0/2,980| 950
Grey & Nodular cast iron
Bif(gvggng PLtype|Jc8118| 75 |~1.2|~1.8 4,300 600 | 80 | ~1.7|~2.6(3,580| 750| 120 | ~2.0| ~3.0/2,690| 750
100 | ~0.5| ~0.83,820| 460 [ 110 | ~0.6 | ~1.2|3,180| 570| 160 | ~0.7 | ~1.3/2,390| 570
50 | ~4.0|~6.0|4,770| 570 60 | ~4.0| ~8.0 3,980 720 70 |~5.0|~10.0/2,980| 720
Stainless steel
Below 250HB PLtype|JC8050| 75 | ~1.2|~1.8 4,300| 430 80 | ~1.7 | ~2.6|3,580| 540( 120 | ~2.0 | ~3.0/2,690| 540
100 | ~0.5| ~0.8|3,820| 310 | 110 | ~0.6 | ~1.2|3,180| 380| 160 | ~0.7 | ~1.3/2,390| 380

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or
Spindle speed and Feed speed.

4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of

the above data.

6) When using ZOMT * -PL type insert in side finishing or bottom face finishing,

please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "ZOMT * -PL-type inserts" ©
MPM and MSN type
Tool dia. (Mmm)
Work materials A?ﬁigﬁgle Grades 20/21 25
No. of teeth 5N No. of teeth 6N
r ap apxae n Vt r ap apxae n Vf
(mm) (mm) (mm?) (min™) (mm/min) (mm) (mm) (mm?) (min) (mm/min)
70 ~5.0 ~16.0 2,550 1,020 90 ~5.0 ~20.0 2,040 980
C(arbon ste)el 1C8050
€50,C55 ~ -~ ~ -~
Below 250HB | PL type (c8118) 120 4.0 8.0 2,290 800 140 4.0 10.0 1,830 770
190 ~3.0 ~4.0 2,040 610 210 ~3.0 ~8.0 1,630 590
70 ~5.0 ~16.0 2,390 720 90 ~5.0 ~20.0 1,910 690
( Die steel ) [
1.2344,1.2379 ~ ~ ~ ~
Below 255HB PL type (c8118) 120 4.0 8.0 2,150 540 140 4.0 10.0 1,720 520
190 810 ~4.0 1,910 380 210 ~3.0 ~8.0 1,530 370
70 ~5.0 ~16.0 2,390 600 90 ~5.0 ~20.0 1,910 570
(Mold steel) Ic8118
1.2311,P20 ~ ~ ~ ~
30-36HRC PL type (C8050) 120 4.0 8.0 2,150 430 140 4.0 10.0 1,720 410
190 ~3.0 ~4.0 1,910 290 210 ~3.0 ~8.0 1,530 280
70 ~4.0 ~16.0 1,910 480 90 ~4.0 ~20.0 1,530 460
(Mold steel) [
1.2311,P21 ~ ~ ~ ~
38-43HRC PL type (C8050) 120 3.0 8.0 1,720 340 140 3.0 10.0 1,380 330
190 =220 ~4.0 1,530 230 210 ~2.0 ~8.0 1,220 220
70 ~35 ~10.0 1,590 400 90 ~35 ~125 1,270 380
Hardened die steel
(02340123579 | p| type|jcs118| 120 | ~25 | ~50 | 1,430 = 290 | 140 | ~25 | ~62 | 1,150 | 280
190 ~1.2 ~2.5 1,270 190 210 ~1.2 ~3.2 1,020 180
70 ~5.0 ~18.0 2,390 960 90 ~5.0 ~25.0 1,910 920
Grey& {\lodular c)ast iron
GAGEq ~ ~ ~ ~
Below 300HB PL type| JC8118 120 4.0 10.0 2,150 750 140 4.0 12.0 1,720 720
190 20 50 1,910 570 210 ~3.0 ~9.0 1,530 550
70 ~5.0 ~16.0 2,390 720 90 ~5.0 ~20.0 1,910 690
Stainless steel
Below 250HB | PL type | JC8050 120 ~4.0 ~8.0 2,150 540 140 ~4.0 ~10.0 1,720 520
190 ~3.0 ~4.0 1,910 380 210 ~3.0 ~8.0 1,530 370

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or
Spindle speed and Feed speed.
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of
the above data.
6) When using ZOMT 3 -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.



// DIJET

Recommended cutting conditions for "ZOMT * -PL-type inserts" (3)
MPM and MSN type
Tool dia. (mm)
Work materials A?ﬁslgrattzle Grades 30 32
No. of teeth 7N No. of teeth 8N
r ap apxae n Vf r ap apxae n Vf
(mm) (mm) (mm?2) (min™") (mm/min) (mm) (mm) (mm?2) (min™) (mm/min)
100 ~5.0 ~22.0 1,700 950 100 ~5.0 ~22.0 1,590 1,020
C?rbon ste)el I
€50,C55 8050 - - N N
Below 250HB | PL type (c8118) 150 4.0 15.0 1,530 750 150 4.0 15.0 1,430 800
210 ~3.0 ~8.0 1,360 570 210 ~3.0 ~8.0 1,270 610
100 ~5.0 ~22.0 1,590 670 100 ~5.0 ~22.0 1,490 720
( Die steel ) e
1.2344,1.2379 ~ ~ ~ ~
Below 255HB PL type (C8118) 150 4.0 15.0 1,430 500 150 4.0 15.0 1,340 540
210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380
100 ~5.0 ~22.0 1,590 560 100 ~5.0 ~22.0 1,490 600
(Mold steel) Ic8118
1.2311,P20 ~ ~ ~ ~
30-36HRC PL type (JC8050) 150 4.0 15.0 1,430 400 150 4.0 15.0 1,340 430
210 ~3.0 ~8.0 1,270 270 210 ~3.0 ~8.0 1,190 290
100 ~5.0 ~22.0 1,270 440 100 ~5.0 ~22.0 1,190 480
(Mold steel) T
1.2311,P21 ~ ~ ~ ~
38-43HRC PL type (JC8050) 150 4.0 15.0 1,150 320 150 4.0 15.0 1,070 340
210 ~3.0 ~8.0 1,020 210 210 ~3.0 ~8.0 950 230
100 ~4.0 ~15.0 1,060 370 100 ~4.0 ~15.0 990 400
H?rdened die st(iel
1.2344,1.237
e |PLtype|scsris| 150 | ~30 | ~75 | 950 | 270 150 | ~30 | ~75 | 900 | 290
210 ~2.0 ~3.8 850 180 210 ~2.0 ~3.8 800 190
100 ~5.0 ~24.0 1,590 890 100 ~5.0 ~24.0 1,490 950
Grey&{\lodular c)ast iron
GG, GGG Ay o ~. ~
Below 300HB PL type| JC8118 150 4.0 16.0 1,430 700 150 4.0 16.0 1,340 750
210 ~3.0 ~9.0 1,270 530 210 ~3.0 ~9.0 1,190 570
100 ~5.0 ~22.0 1,590 670 100 ~5.0 ~22.0 1,490 720
Stainless steel
Below 250HB | PL type | JC8050 150 ~4.0 ~15.0 1,430 500 150 ~4.0 ~15.0 1,340 540
210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380

£ :Overhung length, ap: Axial depth of cut, de: Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or
Spindle speed and Feed speed.
4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of
the above data.
6) When using ZOMT 3 -PL type insert in side finishing or bottom face finishing,
please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YOHW-type inserts" (For side finishing) 9
MPM and MSN type
Tool dia. (mm)
Work materials | Grades 10/ 1 12/13/15
No. of teeth 2N No. of teeth 3N
r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)

~50 =12 =<0.10 | 12,600 3,780 ~60 =12 =0.10 | 10,600 4,770
Carbon steel

(C50, C55) JC8015
Below 25018 | (DH102) 75 =08 | =008 | 8820 | 2120 80 =08 | =008 | 7420 | 2670
100 =06 =0.08 8,820 1,760 110 =06 =0.08 7,420 2,230
Dic steel ~50 <10 =<0.10 | 11,400 3,420 ~60 <10 =0.10 9,550 4,300
(1.2344,1.2379) | JC8015 < < < <
raeiit | 75 =0.7 =0.08 7,980 1,920 80 =07 =0.08 6,690 2,400
100 =05 =<0.08 7,980 1,600 110 =05 =<0.08 6,690 2,000
~50 =1.0 =0.10 | 11,400 3,420 ~60 =1.0 =0.10 9,550 4,300
(153iese | Jcsos - - - -
30.3611RC (DH10) 75 <07 =0.08 7,980 1,920 80 <07 =0.08 6,690 2,400
100 =05 =0.08 7,980 1,600 110 =05 =0.08 6,690 2,000
~50 <10 =0.10 8,880 2,130 ~60 <10 =0.10 7,430 2,670
s | omon =
R ’ < < <
s U 75 =0.7 =0.08 6,180 1,240 80 =07 =0.08 5,200 1,560
100 =05 =<0.08 6,180 990 110 =05 =<0.08 5,200 1,250

) ~50 =0.8 =0.10 6,360 1,270 ~60 =0.8 =0.10 5,300 1,590
Hardened die steel

(1.2344,1.2379) | DH102
42.50HRC | UC8013) 75 =05 | =008 | 4440 710 80 =05 | =008 3,710 890

100 - - - - 110 - - - -
. ~50 =05 =0.10 4,740 950 ~60 =05 =0.10 3,980 1,190
Hardened die steel
(1234412379 | prioy 75 =03 | =008 | 3300 530 80 =03 | =008 | 2790 670
100 = = = = 110 = = = =

) ~50 =12 =0.12 | 12,600 3,780 ~60 =12 =0.12 | 10,600 4,770
Grey & Nodular cast iron

(GG, GGG) JC8015

Below300H8 | (DH102) 75 =08 | =010 | 8820 | 2120 80 =08 | =010 | 7420 | 2670

100 =06 =0.08 8,820 1,760 110 =06 =0.08 7,420 2,230

~50 =10 =<0.10 | 11,400 3,420 ~60 =10 =0.10 9,550 4,300

Stainless steel JC8015

Below 250HB | (51110) 75 =07 =<0.08 7,980 1,920 80 =07 =0.08 6,690 2,400
100 =05 =<0.08 7,980 1,600 110 =05 =<0.08 6,690 2,000
~50 =1.0 =0.10 2,520 600 ~60 =1.0 =0.10 2,120 760

Titanium alloy | JC8015 < < < <
(Ti-6AL4Y) (DH102) 75 <07 =0.08 1,740 350 80 <07 =0.08 1,480 450
100 =05 =0.08 1,740 280 110 =05 =0.08 1,480 360

2 :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
) Use air blow.
) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



// DIJET

Recommended cutting conditions for "YOHW-type inserts" (For side finishing) e
MPM and MSN type
Tool dia. (mm)
Work materials | Grades 16/17/18 20/21
No. of teeth 4N No. of teeth 5N
r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)

~80 =12 =0.10 7,960 4,770 ~100 =12 =0.10 6,300 4,770
Carbon steel

(€50, C55) JC8015

Below 25018 | OH102) | 120 =08 | =008 | 5560 | 2670 150 | =08 | =008 | 4410 | 2670
160 =06 =0.08 5,560 2,230 190 =06 =0.08 4,410 2,230
Dic steel ~80 =<1.0 =0.10 7,160 4,300 ~100 =<1.0 =0.10 5,700 4,300

(1.2344,1.2379) | JC8015 = < - >
Below 2558 | DH102) 120 =07 =0.08 5,000 2,400 150 =07 =0.08 3,990 2,400
160 =05 =0.08 5,000 2,000 190 =05 =0.08 3,990 2,000
~80 =1.0 =0.10 7,160 4,300 ~100 =1.0 =0.10 5,700 4,300

(53550 | Jcsors - - - -
30.361RC (DH102) 120 <07 =0.08 5,000 2,400 150 <07 =0.08 3,990 2,400
160 =05 =0.08 5,000 2,000 190 =05 =0.08 3,990 2,000
~80 <10 =0.10 5,560 2,670 ~100 <10 =0.10 4,440 2,670

(s3iresn | pHio2 > > - >
el e 120 =07 =0.08 3,900 1,560 150 =0.7 =0.08 3,090 1,560
160 =05 =0.08 3,900 1,250 190 =05 =0.08 3,090 1,250

) ~80 =0.8 =0.10 3,980 1,590 ~100 =0.8 =0.10 3,180 1,590
Hardened die steel

(1.2344,1.2379) DH102 < < - >
42-59HRC 0C8015) 120 =05 =0.08 2,780 890 150 =05 =0.08 2,220 890

160 - - - - 190 - - - -

) ~80 =05 =0.10 2,980 1,190 ~100 =05 =0.10 2,370 1,190
Hardened die steel

(12344123790 | prioz | 120 | <03 | =008 | 2080 670 150 | =03 | =008 | 1650 670

160 = = = = 190 = = = =

. ~80 =12 =0.12 7,960 4,770 ~100 =12 =0.12 6,300 4,770

Grey & (Nodular c)ast iron 1C8015
GG, GGG
Belowools | OH102) | 120 =08 | =010 | 5,560 2,670 150 | =08 | =0.10 | 4410 2,670

160 =06 =0.08 5,560 2,230 190 =06 =0.08 4,410 2,230

~80 <10 =0.10 7,160 4,300 ~100 =<1.0 =0.10 5,700 4,300

Stainless steel JC8015

Below 250HB | (511102) 120 <07 =0.08 5,000 2,400 150 =07 =0.08 3,990 2,400
160 =05 =0.08 5,000 2,000 190 =05 =0.08 3,990 2,000
~80 =1.0 =0.10 1,600 760 ~100 =1.0 =0.10 1,260 760

Titaniumalloy | JC8015 < < < <

(Ti-6AL4V) (DH102) 120 <07 <0.08 1,120 450 150 <07 =0.08 870 450
160 =05 =0.08 1,120 360 190 =05 =0.08 870 360

£ :Overhung length, ap:Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YOHW-type inserts" (For side finishing) 9

MPM and MSN type

Tool dia. (mm)
Work materials | Grades 25 30 32
No. of teeth 6N No. of teeth 7N No. of teeth 8N
ap de n Vf r ap de n Vf r ap de n VFf
(mm) (mm) (mm) (min™) |(mm/min)[ (mm) (mm) (mm) (min™) |[(mm/min)| (mm) (mm) (mm) (min) |(mm/min)

~120| =1.2 |=0.10| 5,090 | 4,580 |~160| =1.2 |=0.10| 4,200 | 4410 [~160| =1.2 | =0.10| 3,980 | 4,770
Carbon steel

(€50, C55) JC8015

Below 250H8 | DH102) | 190| =08 | =0.08| 3,560 | 2560 | 240 =0.8|=008| 2940 | 2470 | 240| =08 |=0.08| 2,780 | 2,670

235| =0.6 | =0.08| 3,560 | 2,140 | 290| =0.6 |[=0.08| 2,940 | 2,060 | 290| =0.6 | =0.08| 2,780 | 2,230

Dic stel ~120| =1.0 [=0.10| 4,580 | 4,120 |~160| =1.0 |=0.10| 3,800 | 3,990 [~160| =1.0 | =0.10| 3,580 | 4,300

(12344,1.2379) | (8915 | 190| 0.7 | <008| 3200 | 2300 | 240 <07 |<008| 2660 | 2230 | 240 0.7 | =008| 2,500 | 2400

235| =0.5 |=0.08| 3,200 | 1,920 | 290| =0.5 [=0.08| 2,660 | 1,860 | 290| =0.5 | =0.08| 2,500 | 2,000

Mold steel ~120| =1.0 |=0.10| 4,580 | 4,120 |~160| =1.0 |=0.10| 3,800 | 3,990 [~160| =1.0 | =0.10| 3,580 | 4,300

(1.2311, P20) JC8015

30364RC. | (D102 | 190| =07 | =008 3,200 | 2300 | 240| =07 |=0.08| 2,660 | 2230 | 240 =07 | =0.08| 2,500 | 2,400

235| =0.5 | =0.08| 3,200 | 1,920 | 290| =05 [=0.08| 2,660 | 1,860 | 290| =0.5 | =0.08| 2,500 | 2,000

Mold steel ~120| =1.0 |=0.10| 3,560 | 2,560 |~160| =1.0 |=0.10| 2,960 | 2,490 [~160| =1.0 | =0.10| 2,780 | 2,670

(1.2311,P21) DH102

< < < < < <
s ire. |ucsors)| 190| =07 |=008| 2490 | 1,490 | 240| =07 | =008 2,060 | 1440 | 240 =07 =008 1950 1560

235| =0.5 |=0.08| 2,490 | 1,200 | 290| =0.5 [=0.08| 2,060 | 1,150 | 290| =0.5 | =0.08| 1,950 | 1,250

) ~120| =0.8 |=0.10| 2,550 | 1,530 |~160| =0.8 |=0.10| 2,120 | 1,480 |~160| =0.8 | =0.10| 1,990 | 1,590
Hardened die steel

(1.2344,1.2379) | DH102 < < < < < <
oreotind” | icsors) | 190 =05 |=008| 1,780 | 850 | 240| =05 |=008| 1,480 830 | 240 =05 =008 1390 | 890

235 - - - - 290| - - - - 290 - - - -

) ~120| =05 |=0.10| 1,910 | 1,150 |~160| =0.5 |=0.10| 1,580 | 1,110 |~160| =0.5 | =0.10| 1,490 | 1,190
Hardened die steel

(12344123790 | iy | 190 <03 | <008 1,340 | 640 | 240 =03 <008 1,00 620| 240 =<03|=<008| 1,040| 670

235| - - - - 290| - - S - 290 - S - -

, ~120| =1.2 |=0.12| 5090 | 4,580 |~160| =1.2 |=0.12| 4,200 | 4410 [~160| =1.2 | =0.12| 3,980 | 4,770
Grey & Nodular cast iron

(GG, GGG) JC8015

gelow3ooie | (D102 | 190| =08 |=0.10| 3,560 | 2,560 | 240| =08 |=0.10| 2,940 | 2470 | 240 =08 |=0.10| 2,780 | 2,670

235| =0.6 | =0.08| 3,560 | 2,140 | 290| =0.6 |=0.08| 2,940 | 2,060 | 290| =0.6 | =0.08| 2,780 | 2,230

~120| =1.0 |=0.10/ 4,580 | 4,120 |~160| =1.0 |=0.10| 3,800 | 3,990 |~160| =1.0 | =0.10| 3,580 | 4,300

Stainless steel JC8015

Below 250HB | (hr109) | 190 =0.7 |=0.08| 3,200 | 2,300 | 240| =0.7 |=0.08| 2,660 | 2,230 | 240| =0.7 | =0.08| 2,500 | 2,400

235| =0.5 |=0.08| 3,200 | 1,920 | 290| =0.5 [=0.08| 2,660 | 1,860 | 290| =0.5 | =0.08| 2,500 | 2,000

~120| =1.0 |=0.10| 1,020 | 730 |~160| =1.0 |=0.10| 840 | 710 |~160| =1.0 |=0.10| 800 | 760

Titanium alloy | JC8015

< < < < < <
(Ti-6A1-4V) (DH102) 190| =0.7 |=0.08| 710 | 430| 240| =0.7 |=0.08| 580 | 410 240| =0.7 |=0.08| 560 | 450

235| =05 |=0.08| 710| 340| 290| =05 |=<008| 580 | 320| 290| =05 =0.08 560 | 360

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)

// DIJET

MPM and MSN type
Tool dia. (mm)
Work materials | Grades 10/ 1 12/13/15
No. of teeth 2N No. of teeth 3N
ap de Vf ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~50 =0.12 5~10 7,920 3,170 ~60 =0.12 | 6~12 6,630 3,980
Toorcass | scsons
Below 25048 | (DH102) 75 =<0.10 | 5~10 5,940 1,900 80 =<0.10 | 6~12 4,970 2,380
100 =0.10 5~8 5,100 1,430 110 =<0.10 | 6~10 4,300 1,800
Dic steel ~50 <0.12 | 5~10 7,320 2,640 ~60 =<0.12 | 6~12 6,100 3,290
(1.2344,1.2379) | JC8O15 < ~ < ~
Balow 255h8. | (DH102) 75 <0.10 | 5~10 5,460 1,580 80 <0.10 | 6~12 4,580 1,980
100 =0.10 5~8 4,740 1,190 110 =0.10 | 6~10 3,960 1,500
~50 =0.12 5~10 7,320 2,640 ~60 =<0.12 | 6~12 6,100 3,290
(530 | scsons
36-36HRC (DH102) 75 =<0.10 | 5~10 5,460 1,580 80 =<0.10 | 6~12 4,580 1,980
100 =0.10 5~8 4,740 1,190 110 =<0.10 | 6~10 3,960 1,500
~50 =<0.12 | 5~10 6,360 1,530 ~60 <0.12 | 6~12 5,300 1,910
(1M2%I?1St§§|1) DH102
. ’ < ~ < ~
e (IEESTE) 75 <0.10 | 5~10 4,800 920 80 <0.10 | 6~12 3,980 1,150
100 =0.10 5~8 4,140 700 110 =0.10 6~10 3,450 870
) ~50 =<0.10 | 5~10 3,840 770 ~60 =<0.10 | 6~12 3,180 960
M e 15376 | DHI02
. L 1. < ~ < ~
42-5oHRE (C8015) 75 =<0.08 | 5~10 2,880 460 80 =0.08 | 6~12 2,380 570
100 - - - - 110 - - - -
) ~50 =<0.10 | 5~10 2,220 350 ~60 =<0.10 | 6~12 1,860 450
1259
1. y 1 < ~ < ~
e DH102 75 =0.08 | 5~10 1,680 210 80 =0.08 | 6~12 1,400 270
100 = = = = 110 = = = =
, ~50 =0.15 5~10 6,360 1,910 ~60 =0.15 6~12 5,300 2,380
Grey & {\l&;ﬂ(l}lg Gc)ast iron 1C8015
Below: J00HB (DH102) 75 =0.12 5~10 4,800 1,150 80 =<0.12 | 6~12 3,980 1,430
100 =0.10 5~8 4,140 810 110 =<0.10 | 6~10 3,450 1,010
~50 =<0.12 | 5~10 7,320 2,640 ~60 <0.12 | 6~12 6,100 3,290
Stainless steel JC8015
Below 250HB | (11102) 75 =0.10 5~10 5,460 1,580 80 =0.10 6~12 4,580 1,980
100 =0.10 5~8 4,740 1,190 110 =0.10 6~10 3,960 1,500
~50 =0.12 5~10 1,560 370 ~60 =0.12 | 6~12 1,330 480
Titanium alloy | JC8015 < ~ < ~
(Ti-6ALaV) (DH102) 75 =<0.10 | 5~10 1,200 230 80 =<0.10 | 6~12 1,000 290
100 =0.10 5~8 1,020 170 110 =<0.10 | 6~10 860 220

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing)

MPM and MSN type
Tool dia. (Mmm)
Work materials | Grades 16/17/18 20/21
No. of teeth 4N No. of teeth 5N
ap de n Vf ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
Carbon steel ~80 | =012 | 8~16 | 4980 | 3980 | ~100 | =0.12 | 10~20 | 3,960 | 3,980
o0 S| 120 | <010 | 8~16 | 3740 | 2380 150 | =010 | 10~20 | 2970 | 2380
160 | =010 | 8~13 | 3240 | 1,800 190 | =010 | 10~16 | 2550 | 1,800
Die steel ~80 | =012 | 8~16 | 4580 | 3290 | ~100 | =0.12 | 10~20 | 3660 | 3290
(1234412379) | CSO5 1 120 | <010 | 8~16 | 3440 | 1,980 150 | <010 | 10~20 | 2730 | 1980
160 =0.10 | 8~13 2,980 1,500 190 | =0.10 | 10~16 | 2370 1,500
~80 | =012 | 8~16 | 4580 | 3290 | ~100 | =0.12 | 10~20 | 3,660 | 3,290
Mold steel JCBOTS
23110200 | S8 | 120 | <010 | 8~16 | 3440 | 1,980 150 | =010 | 10~20 | 2730 | 1,980
160 | =010 | 8~13 | 2980 | 1,500 190 | =010 | 10~16 | 2370 | 1,500
~80 =0.12 | 8~16 | 3,980 1,910 [ ~100 | =0.12 | 10~20 | 3,180 1,910
Mold steel T
hasipan | e 120 | <010 | 8~16 | 2980 | 1,150 150 | <010 | 10~20 | 2400 | 1,150
160 =0.10 | 8~13 2,580 870 190 | =0.10 | 10~16 | 2,070 870
, ~80 | =010 | 8~16 | 2380 960 | ~100 | =0.10 | 10~20 | 1,920 960
Hardened die steel DH102
2si 12379) | 2] 120 | <008 | 8~16 | 1,780 570 150 | =008 | 10~20 | 1,440 570
160 - - - - 190 - - - -
, ~80 | =010 | 8~16 | 1,400 450 | ~100 | =0.10 | 10~20 | 1,110 450
Hardened die steel
(12344123790 | oy | 120 | <008 | 8~16 | 1,040 270 150 | <008 | 10~20 | 840 270
160 - - - - 190 - - - -
, ~80 | =015 | 8~16 | 3980 | 2380 | ~100 | =015 | 10~20 | 3,180 | 2,380
Grey & Nodular cast iron JCBO1S
aese | 120 | <042 | 8~16 | 2980 | 1430 150 | =012 | 10~20 | 2400 | 1430
160 | =010 | 8~13 | 2580 | 1,010 190 | =010 | 10~16 | 2,070 | 1,010
~80 | =012 | 8~16 | 4580 | 3290 | ~100 | =0.12 | 10~20 | 3660 | 3290
Stainless steel JC8015
Below 250HB | (511102) 120 =0.10 | 8~16 | 3,440 1,980 150 | =0.10 | 10~20 | 2,730 1,980
160 =0.10 | 8~13 2,980 1,500 190 | =0.10 | 10~16 | 2370 1,500
~80 | =012 | 8~16 | 1,000 480 | ~100 | =0.12 | 10~20 780 480
Titani Il
renan a2l 120 | <010 | 8~16 740 290 150 | <010 | 10~20 | 600 290
160 | =010 | 8~13 640 220 190 | =0.10 | 10~16 510 220

£ :Overhung length, ap: Axial depth of cut, de: Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.
5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Recommended cutting conditions for "YOHW-type inserts" (For bottom face finishing) 9
MPM and MSN type
Tool dia. (Mmm)
Work materials | Grades 25 30 32
No. of teeth 6N No. of teeth 7N No. of teeth 8N
ap de n Vf r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min) |[(mm/min)| (mm) (mm) (mm) (min™) |(mm/min)

~120|=0.12|12~25| 3,180 | 3,820 |~160|=0.12|15~30| 2,640 | 3,700 [~160 | =0.12|16~32| 2,490 | 3,980
Carbon steel

pCo0.Com | S35 | 190 =01012~25) 2380 | 2280 | 240 <0.10/15~30| 1,980 | 2,220 | 240|=0.1016~32 1870 | 2380

235| <0.0612~20/ 2,070 | 1,740 | 290 | <006|15~24| 1,700 | 1670 | 290 | <0.06/16~26| 1,620 | 1,800

Dic stecl ~120| =0.12{12~~25/ 2,930 | 3,160 [~160 | =0.12|15~30 2,440 | 3,070 [~160 | =0.12|16~~32 2,290 | 3,290
(12344,12379) | X801 | 190 | <0.10(12~25| 2,200 | 1900 | 240 =0.10[15~30 1,820 | 1,830 | 240 <0.10/16~32| 1,720 | 1,980
235 0061220 1,900 | 1,440 | 290 | 006|15~24/ 1,580 | 1390 | 290 =0.06|16~26/ 1,490 | 1,500

Mold steel ~120|=0.12|12~25| 2,930 | 3,160 | ~160| =0.12|15~30| 2,440 | 3,070 | ~160 | =0.12|16~32| 2,290 | 3,290

(1.2311, P20) JC8015
30-36HRC (DH102)

190|=0.10/12~25| 2,200 | 1,900 | 240|=0.10{15~30| 1,820 | 1,830 | 240|=0.10|16~32| 1,720 | 1,980

235|=0.06|12~20| 1,900 | 1,440 | 290|=0.06|15~24| 1,590 | 1,390 | 290 |=0.0616~26| 1,490 | 1,500

Mold steel ~120| =0.12|12~25| 2,550 | 1,840 |~160 | =0.12(15~30, 2,120 | 1,780 [~160 | =0.12|16~32| 1,990 | 1,910

(1.2311, P21) DH102 < .y < ~ < ~
s843brC | Ucsors)| 190 =0.10/12~25] 1,910 | 1,100 | 240 | =0.10{15~30| 1,600 | 1,080 | 240 |=0.10|16~32| 1,490 | 1,150

235|=0.06|12~20| 1,660 | 840 | 290 =0.06|15~24| 1,380 | 810 | 290|=0.06|16~26| 1,290 | 870

. ~120|=0.10{12~25| 1,530 920 |~160|=0.10|15~30| 1,280 900 |~160|=0.10/16~32| 1,190 960
Hardened die steel

(1.2344,1.2379) | DH102 < ~ < ~ < ~
42-59HRC (C8015) 190 | =0.0812~25| 1,150 550 240 =0.08{15~30| 960 540 240 =0.08|16~32| 890 570

235 - - - - 290| - - - - 290 - - - -

) ~120|=0.10{12~25] 890 | 430 |~160|=0.10{15~30| 740 | 410 |~160|=0.10{16~32| 700 | 450
Hardened die steel

(12344123790 | iy | 190 <008/12~25 670 | 260 | 240 <008/15~30 560 250 | 240 =<00816~32 520| 270
B35 - | - | - | -] 20 - | -] -] -]20 -] -] -] -

) ~120|=0.15[12~25| 2,550 | 2,300 |~160 | =0.15{15~30| 2,120 | 2,230 |~160|=0.15|16~32| 1,990 | 2,380
Grey & Nodular cast iron

(GG, GGG) JC8015
Below 300HB (DH102)

190 =0.12/12~25| 1,910 | 1,380 | 240|=0.12|15~30| 1,600 | 1,340 | 240|=0.12|16~32| 1,490 | 1,430

235/=0.10|12~20| 1,660 | 970 | 290|=0.10|15~24| 1,380 | 940 | 290|=0.10/16~26| 1,290 | 1,010

~120|=0.12|12~25| 2,930 | 3,160 | ~160 | =0.12|15~30| 2,440 | 3,070 | ~160 | =0.12|16~32| 2,290 | 3,290

Stainless steel JC8015
Below 250HB (DH102) 190 | =0.12/12~25| 2,200 | 1,900 240|=0.12|15~30| 1,820 | 1,830 240 =0.12|16~32| 1,720 | 1,980

235/=0.10/12~20| 1,900 | 1,440 | 290|=0.10{15~24| 1,590 | 1,390 | 290 |=0.10|16~26| 1,490 | 1,500

~120|=0.12|12~25| 640 | 460 |~160 =0.12|15~30| 520 | 440 |~160|=0.12/16~32 500 | 480

Titanium alloy
meearay) | SO 190 <0.10[12~25| 480 | 280| 240|=0.10[15~30 400 270 | 240/ <0.10/16~32 370 290

235/=0.06|12~20| 420 | 210| 290|=0.06/15~24| 340 | 200| 290|=0.0616~26 320 | 220

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.
4) Use air blow.

5) In case of using PME/PME-LS end mill type, shorten overhung length to 60% of the above data.
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Low cutting force

Adopted unique 3D geometry inserts with low cutting force (25% lower than conven-
tional tool), QM MAX achieved high efficient machining up toap=1Tmm.

Maintain stable cutting force & power consumption after 1.7mm depth, in case of deep
cavity milling.

Multi blades specification

Multi blades specification achieved Q=144cc/min.

Vibration free

“QM MAX"” MQX type can be possible high efficient machining and longer tool life, due
to control the vibration
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Inserts variation

High feed insert High feed insert for unfavorable condition

EPMT100312ZER ~ EPMT100312ZER EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

High hardened steel Shoulder milling insert Shoulder milling insert Shoulder milling insert
for aluminum alloy for steel for Ti-alloy

EPHW100316ZTR ZPMT1003...ZER-NL ZPMT1003...ZER-PL ZPMT1003...ZER-SL
(Corner R0.4, 0.8, 2.0) (Corner R0.4, 0.8, 2.0) (Corner R0.4, 0.8, 2.0)

“MIRROR INSERT” for ﬁ.nishiqg.side &
bottom face / contouring milling High feed and shoulder milling can be processed with
) same body. Moreover, adopted “MIRROR INSERT”
CBN insert achieved high efficient finishing side & bottom face.

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

Adopted new PVD coated grade “JC8118" possible to cut general steel, hardened material, Ti-alloy and heat-resistant alloy, tough
grade “JC8050” for interrupted cutting, and new PVD coated grade “JC7560" improved heat-fracture resistance & impact strength and
tool life. And,available now uncoated grade “FC18" for aluminum alloy & new PVD coated grade “JC7518" for Ti-alloy.

Moreover, “MIRROR INSERT” YPHW type adopted generic PVD coated grade “JC8015” that have a wide application, cermet “CX75", PVD
coated grade “DH102" for high speed machining in high hardened material, and CBN grade for high speed machining.



Quick & Mini

New generation high feed mill

OM MAX

Cutting performance

Material:
P21, 40HRC

Insert No.:
EPMT100312ZER (JC8050)

Cutting conditions:
Dc=32mm, Vc=120.6m/min (N =1,200min"),
f=3mm/rev (Vf=3,600mm/min) (6N),
aAp=0.6mm, de=19mm, Q=41cc/min
Overhung length: £ =100mm

Shoulder cutting, Down cut, Dry (Air blow)

224m (NG)

0.4 .
QM max achieved
384m.

€
E o3
5
_5 (Still able to continue)
5
= 0.2
3
=

—l- QM MAX
—&— Competitor A
—@- Competitor F

128 192 256
Cutting length (m)

320

384

Metal removal rate / TKw on C50

30
(CC/KW) Dc=32mm
de=20mm
25
20
15
10
ap=1mm, Vf=4.5m/min|ap=0.6mm, Vf=12m/mir
B QM MAX 24.59 27.27
B Competitor A 23.08
M Competitor F 24.49

Metal removal Q/Kw of QM MAX is 6% —10%
higher than Competitor's tool.

=

Lower power
consumption
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Modular head MQX type

Through coolant hole

| 3
L T .
B @ For shoulder milling
S § MD
3 ] } =
RO4~R20 P
Dimensions (mm) Parts
Clamp screw | Wrench (Nor2e,
ftem code Stock| 1o of oDc| Lf |@Db| MD| C | W Applicable inserts g@ /(ﬁd :
MQX-2016-M8 ( 2 16 | 23 |14 M8 8| 12
MQX-2017-M8 o 2 17 | 23 |14 M8 8| 12
MQX-3020-M10 ([ 3 20 | 30 |18 M10| 9 | 14 TSW-2556H
MQX-4020-M10 ( 4 20 | 30 |18 M10| 9 | 14
MQX-4021-M10 o 4 21 30 |18 M10| 9 | 14
MQX-4025-M12 o 4 25 | 35 | 225 |M12| 10 | 17
MQX-5025-M12 ( 5 25 | 35 | 225 |M12| 10 | 17
MQX-4026-M12 a 4 26 | 35 | 225 |M12| 10 | 17
MQX-5026-M12 | ® | 5 | 26 | 35 |225 M12| 10 | 17 |EPFXT003% RZAR
ZPMT1003 * * ZER-* > A-08
@MQX—SOZS—M12 O 5 28 | 35 1236 |M12| 10 | 17 YPHW1003 % % Z % R- 5
MQX-5030-M16 O 5 30 | 43 |27 M16 | 12 | 22
MQX-5032-M16 ([ 5 32 43 | 29 M16 | 12 | 22 DSW-2563H
MQX-6032-M16 ( 6 32 | 43 |29 Mi16 | 12 | 22
MQX-5035-M16 () 5 35 | 43 |29 M16 | 12 | 22
MQX-6035-M16 o 6 35 | 43 |29 M16 | 12 | 22
MQX-6040-M16 o 6 40 | 43 |32 M16 | 14 | 26
MQX-7040-M16 o 7 40 | 43 |32 M16 | 14 | 26
MQX-6042-M16 () 6 42 | 43 |32 M16 | 14 | 26
Note) 1. All cutters are supplied without inserts. Arbor Cutting conditions
2. Please see page 5 for recommended tightening torque.
(When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.) Clamp screw Recomv?ﬁqc:;?torque

3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

TSW-2556H
DSW-2563H

1.1
1.1

@ : Standard stock items [ : Stock in Japan \ @




Facemill type

G-B@dy Through coolant hole

Quicke i New generation high feed mill

OM MAX

@For high feed milling @ For shoulder milling
®Db @ Db
od od
a a
4] I 4l I
—
| ) ! )
| ]
f . = O
oXel R1.2 @di \R0.4~R2.0
®Dc ®Dc
@ For high feed milling @ For shoulder milling
(QXP-8066R) (QXP-8066R)
@Db ¢@Db
_ @d _ . ed
a_ 9.
O O
B | =
== ° = °
@d R1.2 edi R0.4~R2.0
@Dc ‘ @Dc
No.of Dimensions (mm)
Type Item code Stock | MO Applicable inserts Parts
inserts | oDc | Lf | @Db| @d | @di| a b | 2
QXP-6040R-16 ([ ] 6 40 45 35 16 14 84| 56 18 Clamp screw
QXP-7040R-16 | @ | 7 40 | 45 | 35 | 16 | 14 84| 56 | 18 EP% %1003 % * &
QXP-7050R-22 | ® | 7 50 | 50 | 40 | 22 | 17 | 104 | 63 | 20 Z*R —
DSW-2563H
MetricBore| QXP-8050R-22 | @ | 8 | 50 | 50 | 40 | 22 | 17 | 104 | 63 | 20 | ZPMTI003%:K \—ere
ZER->k % (Not be included)
kR-3k %
QXP-8063R-22 | ® | 8 | 63 | 50 | 48 | 22 | 17 | 104 63 | 20 | Z*R
QXP-8066R-27 | @ 8 66 50 48 27 20 | 124 7 22 A-08

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

Cutting conditions 39~86Page

Recommended torque
(N+-m)

Clamp screw

DSW-2563H 1.1

@ : Standard stock items [ : Stock in Japan
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MQX/QXP

ZPMT-PL/NL/SL type: Shoulder milling insert possible to machine from roughing to semi-finishing & finishing
for side & bottom face. 3 type is available by use (for steel, for aluminum alloy, or for Ti-alloy).

High feed insert Shoulder milling insert for steel
(EPMT1003 * % ZER) (ZPMT1003 * * ZER-PL)

[@Vsiylofeelpleliilelyl 51~57page 9

Shoulder milling insert for Ti-alloy

(ZPMT1003 * > ZER-SL)/\
High feed insert for unfavorable condition -

(EPMW100312ZER) M A\ S {) e/
I re 4 Lﬁ’/\'eu
°© 17 T
| o ij,,‘ A'eo Cutting condition @Y 3
£
=

“MIRROR INSERT” for finishing side & bottom face
(1] (YPHW1003 * > ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)

High feed insert for unfavorable condition

(EPMW100312ZTR)
N
o B w| L
Y - ’,/\,ev (YPHW100303ZER-15)
c :
.
Cutting condition @ BTV o 7
/\’6
LT ]

High hardened steel
(EPHW100316ZTR)

: Mo
re/| 30 T |1
(YPHW100308ZER-F) (For low feed machining)

Cutting condition @ZFEET] 2] (Al hoal 58~76page ) @

Shoulder milling insert for aluminum alloy CBN insert /\
(ZPMT1003 * > ZER-NL) , G ]
A Polished g@»]/m | 7 \
T "L;",’\' 0°
S Q = ._JT

] P i 1 S

(YPHW100308ZTR-F1)

=
/\feo Cutting condition @R:¥ia[éIsEr @

T
Cutting condition (3) “MIRROR INSERT" for finishing side & bottom face / contouring milling
(YPHW100320ZER-24)
A
{ L,
re/| 30 T

(@VspleReelellileli} 77~81page e

3¢



MQX/QXP

Quick & Mini

New generation high feed mill

OM MAX

PVD coated Weed [cemet| CBN| ~ Dimensions (mm)
Type [tem code Tolerance o)
? S § E § g 5 © |0 5 AT re | 6°
o | T NSNS [® o 5|22
Sld|8|g|g|e|s |2 [E|=
EPMT100312ZER M o e O ([ 10 |3.2 1.2 ] 11°
High feed insert
EPMT100320ZER M ([ 10 (3.2 20 | 11°
) ) EPMW100312ZER M [ o
High feed insert for 10 3.2 12 1 11°
unfavorable condition EPMW100312ZTR M P P P
High hardened steel | EPHW100316ZTR H 0 @ 10 (3.2 1.6 | 11°
ZPMT100304ZER-NL| M 10.08| 3.4 04 | 11°
for aluminum alloy ZPMT100308ZER-NL| M 10.08/3.4 0.8 | 11°
ZPMT100320ZER-NL| M o 10.08/3.4 20 | 11°
ZPMT100304ZER-PL | M e o o o 10.08/3.4 04 | 11°
Shoulder milling insert
for steel ZPMT100308ZER-PL [ M 10.08/3.4 0.8 | 11°
ZPMT100320ZER-PL | M 10.08|3.4 20 | 11°
ZPMT100304ZER-SL [ M 10.08/3.4 04 | 11°
Shoulder milling insert
for Ti-alloy ZPMT100308ZER-SL | M 10.08/3.4 0.8 | 11°
ZPMT100320ZER-SL | M o 10.08|3.4 20 | 11°
YPHW100303ZER-15| H o o o 10.06|3.35 0.3 | 11°
“MIRROR INSERT® | yPHW100308ZER-15| H o [ 10.06|3.35 0.8 | 11°
for finishing side &
bottom face / o
contouring milling YPHW100308ZER-F H [ J 10.06/3.35 0.8 | 11
YPHW100308ZTR-F1| H ® (1006 3.35 0.8 | 11°
YPHW100320ZER-24| H ([ o 10.06|3.35 20 | 171°
10 inserts per case, but grade JBN795 insert is packed in 1 piece per case.
Discrimination of grade for MQX / QXP insert
Each grade shows different mark around the hole for fool proof.
Discrimination JC8118 JC8050/JC7560
mark o S
@ : Standard stock items [J: stockin Japan




Cutting data for"QM MAX"
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1. Improved tool life in roughing on 1.2344.

Overhung length : 60mm

Part name Mold
=
S Material 1.2344
=
Hardness 50~52HRC
Tool No. MQX-2017-M8
S MSN-M8-40-S16C
s)
= Insert No. EPHW100316ZTR
Grade DH102
n, (Vc) n=3,000min, Vc=160m/min
VT, (f) Vf=2,500mm/min, f=0.84mm/rev
=
RS
£ ap(mm) 0.5mm
g
Result =
< ae(mm) 10mm
5
After 90 min, insert showed just normal wear v
and still able to continue. Coolant Water soluble
Achieved 1.5 times longer tool life compared
with conventional tool. . .
Machine Vertical MC
2. Improved machining accuracy & efficiency in finishing on 1.2344.
Overhung length : 100mm Part name Mold
=<
o Material 1.2344
=
Hardness 50~52HRC
Tool No. MQX-4021-M10
5 oot o MSN-M10-70-520C
[©]
= Insert No. YPHW100308ZER-15
Grade DH102
n, (Vc) n=3,000min", Vc=200m/min
VT, (f) Vf=1,000mm/min, f=0.33mm/rev
Z
kel
= ap(mm) 0.15~0.18mm
Result §
— g ae(mm) 0.05mm
Improved machining accuracy on slope surface. £
Achieved machining efficiency by 1.25 times o
compared with conventional ball nose end mill. Coolant Water soluble

Able to machining for 3 hours.

Machine

Vertical MC




Suicckbinl New generation high feed mill

OM MAX
Application for the choice of EP * * type inserts
Carbon steel Die steel Mold steel Mold steel
Materials (C50, C55) (1.2344,1.2379) (1.2311, P20) (1.2311,P21)
Below 250HB Below 255HB 30-36HRC 38-43HRC
[tem code Grades | jcg118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102
EPMT1003 % * ZER| v RS IS < < < LS bAS bAe < bAe
EPMW100312ZER O
EPMW100312ZTR O O O O O O O O @) ©) O
EPHW100316ZTR
Hardened die steel Hardened die steel Grey & Nodular cast iron ;
Materials (12344,1.2379) (1.2344,1.2379) Y (66, 660) SEllae s
42-52HRC 55-62HRC Below 300HB
ltem code Grades | jcg118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102
EPMT1003 * % ZER| ¢ X X O O O
EPMW100312ZER | O O O [ J
EPMW100312ZTR [ J o (] O
EPHW100316ZTR ©) O
+ EPMT type: with chipbreaker
Materials (Ti-6A1-4V) (INCO718) + EPMW type: without chipbreaker
Titanium alloy Inconel + EPHW type: without chipbreaker
: PAGH
Item code Grades | jcg118 | JC8050 | JC7560 | DH102 | JC8118 | JC8050 | JC7560 | DH102 First choice, Good condition Light cutting
EPMT1003* * ZER| O O O O O O o: N
EPMW100312ZER o o Moderate condition No good
EPMW100312ZTR o:
EPHW100316ZTR Unfavorable condition
Definition of corner shape for programming
BEPMT/ W inserts o .
( Corner radius: R1.2) P comerediusfor programming O\grenrmc)th R?mns
R1.0 0 0.57
Corner radius for programmin@%/ R1.5 (Standard) 0 0.45
o
> T R2.0 0.04 0.33
Remains ,7,//// ?ré R2.5 0.21 0.21
/ W20 = R3.0 040 | 0.09
BEPMT inserts over cut . P -
(Corner radius: R2.0) erLu Corner radius for programm ngo‘érenrm)u “Emg]')ns
R1.0 0 0.51
R
Corner radius for proqramming&‘/ ° R15 0 031
P i R2.0 (standard) 0 0.13
<7 S R2.5 0.12 0.04
Remains -~ - =
= R3.0 0.32 0
W=24
EPMT100320ZER type insert is able to reduce remains and lighten the burden imposed on next process.
B EPHW insert for high hardened steel Over Cut
) . | Over Cut Remai
Corner radius for programming \és]rm)u ?mri')ns
R R1.0 0 0.42
Corner radius for programming&‘, ° R15 (Standard) 0 033
o
7 L R2.0 0.01 0.23
- S
Remains — - é R2.5 0.17 0.14
B W=2.9 R3.0 037 0.05




Attention for profile milling with EPMT/W-type inserts

Ramping

Helical interpolation

@Dh

Tool dia.

%\\\

/
AN

d
¢

N
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@ Calculation of tool pass dia.

pdc= @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, so tool

pass rotation should be counterclockwise.

dc
@In case of ramping and helical interpolation, apply 70% or less
feed speed from standard cutting condition table.
@In case of drilling, apply 50% or less Z axis feed speed from
standard cutting condition table.
@®Long consecutive chips may come out in case of drilling,
confirm the safe condition sufficiently.
Ramping Helical interpolation
[tem code Tcz&lrg;a Eff. %lifing Mag];glﬁf th o . ‘ Min. bore dia. Max. bore dia.
(mm) (mm) :;\‘QVIZV%Q}“Q Total cutting length at Max.ap | ph min (mm) | Dh max (mm)
MQX-* 016-M8 16 10.2 0.8 1°48' 255 22 30
MQX-*017-M8 17 11.2 0.8 1°36' 28.6 24 32
MQX-*020-M10 | 20 14.1 0.8 1°24' 327 30 38
MQX-3k021-M10 | 21 15.1 0.8 1°18' 353 32 40
MQX-*025-M12 | 25 19.1 0.8 1° 45.8 40 48
MQX-*026-M12 | 26 20.1 0.8 0°57' 48.2 42 50
MQX-*028-M12 | 28 22.1 0.8 0° 51 539 46 54
MQX-3030-M16 | 30 24.1 0.8 0° 48' 573 50 58
MQX-032-M16 | 32 26.1 0.8 0°42' 65.5 54 62
MQX-035-M16 | 35 29.1 0.8 0° 36' 76.4 60 68
MQX-*040-M16 | 40 34.1 0.8 0° 30' 91.7 70 78
MQX-k 042-M16 | 42 36.2 0.8 0°27' 101.9 74 82
QXP-* 040R-16 40 34.1 1 0° 30’ 114.6 70 78
QXP-8050R 50 44.1 1 0° 24' 143.2 90 98
QXP- > 050R-22 50 441 1 0° 24 143.2 90 98
QXP-8052R-22 52 46.1 1 0°21' 163.7 94 102
QXP-8063R 63 57.1 1 0°18' 191 116 124
QXP-8063R-22 63 57.1 1 0°18' 191 116 124
QXP-8066R 66 60.1 1 0°18 191 122 130
QXP-8066R-27 66 60.1 1 0°18 191 122 130

Note) The ramping angle 0.5°or less is recommended (please refer to the above table).



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "EPMT/W-type inserts" (1)

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 16/17 20 20/21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap ae n Vf r ap ae n Vf r ap ae n Vf
(mm) | (mm) [ (mm) | (min) (mm/min] (mm) | (mm) | (mm) | (min) {(mm/min] (mm) | (mm) | (mm) | (Min"') (mm/min)

~70 | 06 | ~10 3,600 4,900 ~70| 0.6 | ~14 2850|5800 ~70| 06 | ~14 2850/ 7,700
Carbonsteel | JC7560

(C50,C55) (JC8050)| 120 | 0.5 | ~10 |3,600 | 4,500 | 120 | 0.5 ~14 12,850 (5300 120 | 0.5 ~14 | 2,850 | 7,000
Below 250HB (C8118)

160 | 0.35 | ~10 | 3,000 | 4200 | 190 | 0.35 | ~14 | 2,400 | 4900 | 190 | 0.35 | ~14 | 2,400 | 6,500

) ~70 | 06 | ~10|3,600|4,900(~70 | 06 | ~14 2850|5800 ~70 | 0.6 | ~14|2850 | 7,700
Die steel JC7560
(12344, 1.2379) | (1c8050)
elow

(Jcang)

120 | 0.5 | ~10 | 3,600 |4500| 120 | 0.5 | ~14|2850|5300| 120 | 0.5 | ~14 {2850 7,000

160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500

~70 | 06 | ~10 3,600 4,900 ~70| 0.6 | ~14 2850|5800 ~70| 0.6 | ~14 2850 7,700
Mold steel JC8118

(1:2311,P200 1(1c7560)| 120 | 0.5 | ~10 | 3,600 | 4500| 120 | 0.5 | ~14 | 2,850|5300| 120 | 05 | ~14 | 2850 | 7,000
3036HRC |(caoco)

160 | 0.35 | ~10 | 3,000 | 4,200 | 190 | 0.35 | ~14 | 2,400 | 4900 | 190 | 0.35 | ~14 | 2,400 | 6,500

~70 | 0.5 | ~10 1,900 |2600| ~70 | 0.5 ~14 (1,500 | 3,050 | ~70 | 0.5 ~14 {1,500 | 4,050
Mold steel

(1.2311,P21) | JCB118 - " -
3543HRC |(csoso)| 120 | 03 | ~10|1,900 | 2400 | 120 | 03 14 /1,500 | 2,800 | 120 | 0.3 14 | 1,500 | 3,700

160 | 0.2 | ~10 | 1600|2200 190 0.2 | ~14|1,250|2600| 190 | 0.2 | ~14 {1,250 3,400

. ~70| 04 | ~10|1,400|1400| ~70| 04 ~14 (1,100 | 1,650 | ~70 | 0.4 ~14 1,100 | 2,200
Hardened die steel

(1.2344,1.2379) | JC8118 ~ ~ ~
4)-59HRC (JC8050) 120 | 03 10 {1,400 | 1,400 | 120 | 0.3 14 11,100 | 1,650 | 120 | 0.3 14 1,100 | 2,200

6| — | — | = =190 = | = | = | =] - | -] - -

: ~70 | 015 | ~10| 600| 180| ~70 | 0.15 | ~14 | 500| 230|~70| 0.15 | ~14 | 500| 300
Hardened die steel

(1.2344,1.2379) | JC8118 ~ ~ -
S56oHRC . |EPMwz| 120 | 01 10| 600 180| 120 | 0.1 14| 500| 230| 120 | 0.1 14| 500 300

| — | — | = | =190 = | = || =] - |-]-]|-

. ~70| 08 | ~10 |3,000 5000|~70 0.8 | ~14 2400 6,000|~70 | 0.8 | ~14 2400 8000
Grey8(¢GN%dt16|aCr_]cGa)st|ron 1C8118
Below 300HB  |(JC7560)] 120 06 | ~10|3,000|4500( 120 | 0.6 | ~14 2400|5400 120 | 0.6 | ~14 |2,4400 | 7,200

160 | 0.5 | ~10 [2,200|3,750| 190 | 0.5 ~14 11,750 | 4,500 | 190 | 0.5 ~14 | 1,750 | 6,000

~70 | 06 | ~10 3,100 4,200 ~70 | 0.6 | ~14 | 2,500 5,100 ~70 | 0.6 | ~14 | 2,500 | 6,800

Stainless steel JC8050
Below 250HB (C7560) 120 | 0.5 | ~10 | 3,000 | 4,000| 120 | 0.5 ~14 | 2,400 | 4,900 120 | 0.5 ~14 | 2,400 | 6,500

160 | 0.35 | ~10 | 3,000 | 4000 | 190 | 0.35 | ~14 | 2,400 | 4,900 | 190 | 0.35 | ~14 | 2,400 | 6,500

~70 | 05 | ~10 1,200 960 ~70 | 0.5 ~14 | 950|1,140| ~70 | 0.5 ~14 | 950 1,500

. JC7560
Tit I
rrearan” 10c8118)| 120 | 03 | ~10|1,200| 960| 120 | 03 | ~14| 950|1,140| 120 | 03 |~14| 950| 1,500
(JC8050)
160 | 0.2 | ~10[1,200 960| 190 | 0.2 |~14| 950 |1,140| 190 | 02 | ~14 950 1,500
Jcang | 70| 05 | ~10| 630| 380\ ~70| 05 | ~14| 500| 450|~70| 05 |~14| 500| 600
nconel 1(3c7560)| 120 | 03 | ~10| 630| 380| 120| 03 | ~14| 500| 450| 120| 03 |~14| 500| 600
(INCO718) | cg050)

160 | 02 | ~10| 630| 380| 190 0.2 | ~14| 500| 450| 190 | 0.2 | ~14| 500 600

2 :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Recommended cutting conditions for "EPMT/W-type inserts"

/ DIJET

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 25/26 25/26/28
No. of teeth 4N No. of teeth 5N
r ap ae n Vf r ap ae n Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
~90 0.8 ~19 2,300 6,200 ~90 0.8 ~19 2,300 7,700
Carbon steel | JC7560
(€50,€9) " 1(c8050)| 140 06 ~19 | 2300 | 5600 140 | 06 ~19 | 2300 | 7,000
Below 250HB (C8118)
210 0.4 ~19 1,900 5,200 210 0.4 ~19 1,900 6,500
. ~90 0.8 ~19 2,300 6,200 ~90 0.8 ~19 2,300 7,700
Die steel JC7560
(12344, 12379 |(1cgos0)| 140 06 ~19 | 2300 | 5600 140 | 06 ~19 | 2300 | 7,000
(JC8118)
210 0.4 ~19 1,900 5,200 210 0.4 ~19 1,900 6,500
~90 0.8 ~19 2,300 6,200 ~90 0.8 ~19 2,300 7,700
Mold steel JC8118
(1.2311,P20)
3036HRC ((JC7560)) 140 0.6 ~19 2,300 5,600 140 0.6 ~19 2,300 7,000
JC8050
210 0.4 ~19 1,900 5,200 210 0.4 ~19 1,900 6,500
~90 0.6 ~19 1,200 3,250 ~90 0.6 ~19 1,200 4,050
(S5Esn | cens
38-43HRC (JC8050) 140 0.4 ~19 1,200 3,000 140 0.4 ~19 1,200 3,700
210 03 ~19 1,000 2,700 210 0.3 ~19 1,000 3,400
. ~90 0.4 ~19 900 1,800 ~90 0.4 ~19 900 2,250
S 15 | Jcams
“B59HRC (JC8050) 140 0.3 ~19 900 1,800 140 0.3 ~19 900 2,250
210 — - — — 210 — - — —
) ~90 0.15 ~19 400 240 ~90 0.15 ~19 400 300
59 | Jcang
“c5 65HRC EPMW3 140 0.1 ~19 400 240 140 0.1 ~19 400 300
210 - — - - 210 - — - -
) ~90 0.8 ~19 1,900 6,400 ~90 0.8 ~19 1,900 8,000
Grey&((GNgdtéaCr_ig)stlron 1C8118
Below 300HB  |(JC7560) 140 0.6 ~19 1,900 5,800 140 0.6 ~19 1,900 7,200
210 0.5 ~19 1,600 4,800 210 0.5 ~19 1,600 6,000
~90 0.8 ~19 2,000 5,450 ~90 0.8 ~19 2,000 6,800
Stainless steel JC8050
Below 250HB 140 0.6 ~19 2,000 5,200 140 0.6 ~19 2,000 6,500
(JC7560)
210 0.35 ~19 1,900 4,950 210 0.35 ~19 1,900 6,200
17560 ~90 0.5 ~19 750 1,200 ~90 0.5 ~19 750 1,500
Titani Il
rienran” ocs®)| 140 03 ~19 750 | 1,200 140 | 03 ~19 750 | 1,500
(JC8050)
210 0.2 ~19 750 1,200 210 0.2 ~19 750 1,500
~90 0.5 ~19 400 480 ~90 0.5 ~19 400 600
Inconel JC8118
( ) (JC7560) 140 0.3 29 400 480 140 0.3 ~19 400 600
INCOTI8! 1 (cg050)
210 0.2 ~19 400 480 210 0.2 ~19 400 600

2 :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed
and keep feed per tooth.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "EPMT/W-type inserts"

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r ap e n Vf r ap e n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 0.8 ~25 1,900 6,350 ~100 0.8 ~25 1,900 7,600
Carbonsteel | JC7560
Below 250HB 8%??3)) 150 0.6 ~25 1,800 6,000 150 0.6 ~25 1,800 | 7,200
210 0.4 ~25 1,500 5,000 210 0.4 ~25 1,500 6,000
. ~100 0.8 ~25 1,900 6,350 ~100 0.8 ~25 1,900 7,600
Die steel JC7560
(12344, 1379 |(1c80s0)| 150 0.6 ~25 | 1800 | 6000 150 | 06 ~25 | 1800 | 7,200
(c8ng)
210 0.4 ~25 1,500 5,000 210 0.4 ~25 1,500 6,000
~100 0.8 ~25 1,900 6,350 ~100 0.8 ~25 1,900 7,600
Mold steel JC8118
(12311, F20) UCrs60] 150 | 06 | ~25 | 1800 | 6000 | 150 | 0 ~25 | 1800 | 7,200
JC8050,
210 0.4 ~25 1,500 5,000 210 0.4 ~25 1,500 6,000
~100 0.6 ~25 950 3,200 ~100 0.6 ~25 950 3,800
(55eesn | scans
38 43HRC |(csoso)| 150 04 ~25 950 3,200 150 04 ~25 950 | 3,800
210 0.3 ~25 800 2,650 210 0.3 ~25 800 3,200
. ~100 0.4 ~25 700 1,750 ~100 0.4 ~25 700 2,100
o379 | Jcang
“smire . |(csoso)| 150 03 ~25 700 1,750 150 03 ~25 700 | 2,100
210 - — - - 210 - - - -
. ~100 0.15 ~25 300 250 ~100 0.15 ~25 300 300
e 598 | Jcas
“ss'6oHRC . |Epmwm| 150 0.1 ~25 300 250 150 0.1 ~25 300 300
210 - — — S 210 — — = —
) ~100 1 ~25 1,500 6,250 ~100 1 ~25 1,500 7,500
Grey&GN%dtgaGrg)stlron 1C8118
Below 3008 |0C7560)| 150 0.8 ~25 | 1500 | 5750 150 0.8 ~25 | 1500 | 6900
210 0.6 ~25 1,250 4,850 210 0.6 ~25 1,250 5,800
~100 0.8 ~25 1,700 5,700 ~100 0.8 ~25 1,700 6,800
Stainless steel | j-gq5)
Below 250HB (C7560) 150 0.6 ~25 1,600 5,350 150 0.6 ~25 1,600 6,400
210 0.35 ~25 1,500 5,000 210 0.35 ~25 1,500 6,000
~100 0.5 ~25 600 1,250 ~100 0.5 ~25 600 1,500
Titani I JC7560
tanium alloy | ()Cg11g) 150 03 ~25 600 1,250 150 03 ~25 600 1,500
210 0.2 ~25 600 1,250 210 0.2 ~25 600 1,500
~100 0.5 ~25 300 500 ~100 0.5 ~25 300 580
Inconel JC8118
( ) (JC7560) 150 0.3 ~25 300 500 150 0.3 ~25 300 580
INCO7I8 - (1cs050)
210 0.2 ~25 300 500 210 0.2 ~25 300 580

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Recommended cutting conditions for "EPMT/W-type inserts"

/ DIJET

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 40/42 40
No. of teeth 6N No. of teeth 7N
r ap e n Vf r ap ae n Vf
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~100 0.8 ~32 1,500 6,300 ~100 0.8 ~32 1,500 7,500
Carbon steel | jC7560
Below 250HB 8%%??8 150 0.6 ~32 1,400 5,900 150 0.6 ~32 1,400 | 7,000
210 04 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
: ~100 0.8 ~32 1,500 6,300 ~100 0.8 ~32 1,500 7,500
Die steel JC7560
(12344,1.2379) |(jcgos0)| 150 0.6 ~32 | 1400 | 5900 150 | 06 ~32 | 1400 | 7,000
(csng)
210 0.4 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
~100 0.8 ~32 1,500 6,300 ~100 0.8 ~32 1,500 7,500
Mold steel JC8118
(13'(2)?31%HPR2CO) %7560)) 150 0.6 ~32 1,400 5,900 150 0.6 ~32 1,400 | 7,000
JC8050,
210 0.4 ~32 1,200 5,000 210 0.4 ~32 1,200 6,000
~100 0.6 ~32 750 3,000 ~100 0.6 ~32 750 3,500
A55een | scans
38AHRC |(csosa)| 150 0.4 ~32 750 3,000 150 04 ~32 750 | 3,500
210 0.3 ~32 620 2,500 210 0.3 ~32 620 2,900
. ~100 0.4 ~32 550 1,650 ~100 0.4 ~32 550 1,900
e oss | Jcans
“Grsorre . |(caos)| 150 03 ~32 550 1,650 150 03 ~32 550 | 1,900
210 — — — — 210 — — — —
. ~100 0.15 ~32 250 240 ~100 0.15 ~32 250 280
598y | Jcans
“ss6oHRC  |epmway| 150 0.1 ~32 250 240 150 0.1 ~32 250 280
210 — — — — 210 — — — —
. ~100 1 ~32 1,200 6,150 ~100 1 ~32 1,200 7,200
Grey&Ngdté%cc?)stlron 1C8118
Below 3008 |0C7360)| 150 0.8 ~32 | 1200 | 5650 150 0.8 ~32 | 1200 | 6600
210 0.6 ~32 1,000 4,700 210 0.6 ~32 1,000 5,500
~100 0.8 ~32 1,350 5,850 ~100 0.8 ~32 1,350 6,800
Stainless steel | g0
Below 250HB (C7560) 150 0.6 ~32 1,300 5,550 150 0.6 ~32 1,300 6,500
210 0.35 ~32 1,200 5,150 210 0.35 ~32 1,200 6,000
~100 0.5 ~32 480 1,150 ~100 0.5 ~32 480 1,350
Titani I JC7560
tanium alloy | (;cg118) 150 03 ~32 480 1,150 150 03 ~32 480 1,350
210 0.2 ~32 480 1,150 210 0.2 ~32 480 1,350
~100 0.5 ~32 250 450 ~100 0.5 ~32 250 520
Inconel Jce118
(INCO718) 8&73828 150 0.3 ~32 250 450 150 0.3 ~32 250 520
210 0.2 ~32 250 450 210 0.2 ~32 250 520

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Recommended cutting conditions for "EPMT/W-type inserts"

Quick & Mini

QXP type (facemill type)

New generation high feed mill

Tool dia. (mm)

Work materials | Grades | £ (mm) 40

OY:&S%?Q No. of teeth 6N No. of teeth 7N
ap ae n Vf ap ae n Vf
(mm) (mm) (min™) (mm/min) (mm) (mm) (min) (mm/min)
~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
C?rbonste)el JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
BeICOSV?/ZCSSgHB (JC8050) 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(JCs118) 300 _ _ — _ _ — _ _
350 — — — — — — — —
o | ~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
ie stee JC7560 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
(]B'<23I3:v?/2]525?—|789) (JC8050) 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(JCs118) 300 _ _ — _ _ — _ _
350 = = = = = = = =
~150 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
(Moldsteel) Jcen8 200 0.6 ~32 1,100 5,300 0.6 ~32 1,100 6,200
13,(2)?312)%28 (C7560) 250 05 ~32 1,000 4,800 05 ~32 1,000 5,600
(JC8050) 300 — — — — — — — —
350 — — — — — — — —
et ~150 0.6 ~32 680 2,850 0.6 ~32 680 3,300
Mold stee 200 0.4 ~32 640 2,650 0.4 ~32 640 3,100
‘Eé?i;d}?c‘) dggél-%) §(5)8 o.i ~_32 630 2,5_00 O'i ~_32 6_00 2'9_00
350 = = = = = = = =
~150 0.4 ~32 520 1,550 0.4 ~32 520 1,800
Hardened die steel 200 0.2 ~32 520 1,550 0.2 ~32 520 1,800
(1.2344,12379) | JC8118 750 - — = > - — = =
425HRC " |(0C8050)—=21 - = = - - = - =
350 — - — - - — - -
~150 0.15 ~32 240 230 0.15 ~32 240 270
Hardened die steel 200 0.1 ~32 220 210 0.1 ~32 220 250
(1.2344,1.2379) | JC8118 550 - = = = - = = =
55-62HRC | EPMWiz |35 - - - - - - - -
350 - - — - - — - -
~150 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
Grey & Nodular castiron 18118 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
Belo%’v%gon)iB (1C7560) ggg 05 ~32 900 5,400 05 ~32 900 6,300
350 — — — — — — — —
~150 06 ~32 1,200 5,400 0.6 ~32 1,200 6,300
stainlesssteel | cgos0 200 0.4 ~32 1,100 4,950 0.4 ~32 1,100 5,800
Below 250HB | =72e0) 250 0.3 ~32 1,000 4,450 0.3 ~32 1,000 5,200
300 = = = = = = = =
350 = = = = = = = =
~150 0.6 ~32 480 1,150 0.6 ~32 480 1,350
. JC7560 200 0.4 ~32 440 1,050 0.4 ~32 440 1,230
Titaniumalloy | (jgq1g) 250 03 ~32 440 1,050 03 ~32 440 1,230
350 - - — - - — - -
~150 06 ~32 240 430 0.6 ~32 240 500
inconel JC8118 200 0.4 ~32 200 360 0.4 ~32 200 420
(NCo7g) | HC7560) 250 0.3 ~32 200 360 03 ~32 200 420
(JC8050) 300 = = = = = = = =
350 - - — - - — - -

£ :Overhung length, ap: Axial depth of cut, ae: Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed

and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Recommended cutting conditions for "EPMT/W-type inserts"

QXP type (facemill type)

// DIJET

Tool dia. (mm)

Work materials | Grades | ) 50 50/52
Overhung . <_;\lo. of teeth Z\N v . ;\lo. of teeth iN -
length (mim) (mm) (min) (mm/min) (i) (mm) (min-) (mm/min)
~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
C(acfggncsgg)el JC7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
Below 2500B (JC8050) 250 0.6 ~40 900 5,350 0.6 ~40 900 6,100
(Jcsng) 300 05 ~40 800 4,750 05 ~40 800 5,450
350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
Die steel JC7560 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
(18%?3'\/‘\"/21525?473) (JC8050) 250 06 ~40 900 5,350 06 ~40 900 6,100
(JC8118) 300 05 ~40 800 4,750 05 ~40 800 5,450
350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
~150 1 ~40 1,000 6,300 1 ~40 1,000 7,200
(’V‘Old Steel) Jcs118 200 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
13'(2)?31gll-|PR2C0 (JC7560) 250 06 ~40 900 5,350 06 ~40 900 6,100
(JC8050) 300 0.5 ~40 800 4,750 05 ~40 800 5,450
350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
~150 0.8 ~40 540 2,600 0.8 ~40 540 3,000
Mold steel 200 0.6 ~40 540 2,600 0.6 ~40 540 3,000
(1.2311,P21) | JCBI18 0 0 ~40 0 2,500 0.4 ~40 510 2,850
300 0.3 ~40 480 2,350 03 ~40 480 2,700
350 0.3 ~40 480 2,000 03 ~40 480 2,300
~150 0.6 ~40 400 1,400 06 ~40 400 1,600
Hardened die steel 200 0.4 ~40 400 1,400 0.4 ~40 400 1,600
(1.2344,12379) | JC8118 250 0.2 ~40 400 1,400 0.2 ~40 400 1,600
42-52HRC (JC8050) 300 : . : :
350 — — — — — — — —
~150 0.15 ~40 190 210 0.15 ~40 190 240
”?{%%23";1;% ;tggel JC8118 200 0.15 ~40 170 190 0.15 ~40 170 220
"S5 6OHRC | EPMWs ;gg 0.1_ ~_40 1_70 1_90 0.1_ ~_40 1_70 2_20
350 — — — — — — — —
~150 1 ~40 900 7,500 1 ~40 900 8,600
Grey & Nodular castiron 200 0.8 ~40 900 6,300 0.8 ~40 900 7,200
G,GGG) | JCBI18 250 06 ~40 850 5,950 06 ~40 850 6,300
Below 300HB  |(JC7560) ' : ' '
300 0.5 ~40 800 5,600 0.5 ~40 800 6,400
350 0.4 ~40 800 5,600 0.4 ~40 800 6,400
~150 0.8 ~40 950 5,600 08 ~40 950 6,400
Stainlesssteel | cgos0 200 0.6 ~40 950 5,000 06 ~40 950 5,700
Below 250HB | =7ce0) 250 0.4 ~40 900 4,700 0.4 ~40 900 5,400
300 03 ~40 900 4,700 03 ~40 900 5,400
350 0.3 ~40 850 4,450 0.3 ~40 850 5,100
~150 0.8 ~40 380 1,050 08 ~40 380 1,220
Titanium alloy | JC7560 200 0.6 ~40 380 1,050 06 ~40 380 1,220
(Ti-6Al-4y)  |UC8118) 250 0.4 ~40 350 980 0.4 ~40 350 1,120
(JC8050) 300 03 ~40 350 980 03 ~40 350 1,120
350 0.3 ~40 320 890 03 ~40 320 1,020
~150 0.8 ~40 190 390 08 ~40 190 450
Inconel JC8118 200 0.6 ~40 190 390 06 ~40 190 450
(NCO718)  |UC7560) 250 0.4 ~40 160 330 0.4 ~40 160 380
(JC8050) 300 0.3 ~40 160 330 0.3 ~40 160 380
350 0.3 ~40 130 270 03 ~40 130 310

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed

and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "EPMT/W-type inserts"

QXP type (facemill type)

Tool dia. (mm)
£ (mm)
Work materials | Grades | Overhung 63 /66
length No. of teeth 8N
ap e n Vf
(mm) (mm) (min”) (mm/min)
b | ~200 1 ~50 800 5,750
arbon steel | JC7560 250 0.8 ~50 800 5,450
Be(lcjv?/%o?m (JC8050) 300 06 ~50 720 4,900
(caieg) 350 05 ~50 640 4,350
400 0.4 ~50 640 4,350
0 | ~200 1 ~50 800 5,750
ie stee JC7560 250 0.8 ~50 800 5,450
(12344, 12379 1(1c8050) [ 300 06 ~50 720 4,900
(Jcs118) 350 0.5 ~50 640 4,350
400 0.4 ~50 640 4,350
et ~200 1 ~50 800 5,750
Mold stee JC8118 250 0.8 ~50 800 5,450
(23118201 (17560) 300 06 ~50 720 4,900
(JC8050) 350 0.5 ~50 640 4,350
400 0.4 ~50 640 4,350
Vold stect ~200 0.8 ~50 430 2,400
old stee 250 0.6 ~50 430 2,400
(13'§-341;HPRZC1) (Jjgg(%%) 300 0.4 ~50 410 2,300
350 03 ~50 370 2,100
400 03 ~50 370 1,800
nedd | ~200 0.6 ~50 320 1,300
Hardened die stee 250 0.4 ~50 320 1,300
(1.2344, 12379 (Jjggys?)) 300 0.2 ~50 320 1,300
350 — — - —
400 — — — —
onedd | ~200 0.15 ~50 150 190
Hardened die stee 250 0.15 ~50 130 170
i 12200 Ejpcﬁug, 300 0.1 ~50 130 170
i 350 — = = =
400 — = = -
N ~200 1 ~50 720 6,900
Grey & Nodular cast iron 250 0.8 ~50 720 5,750
o (1%%16%) 300 06 ~50 680 2450
350 0.5 ~50 640 5,100
400 0.4 ~50 640 5,100
~200 0.8 ~50 750 5,050
Stainless steel | cgos0 250 0.6 ~50 750 4,500
Below 250HB | (177261 300 0.4 ~50 710 4,250
350 0.3 ~50 710 4,250
400 03 ~50 670 4,000
~200 0.8 ~50 300 960
. JC7560 250 0.6 ~50 300 960
T'@E'éuATZ\lllfy (Jcsng) 300 0.4 ~50 280 900
(JC8050) 350 0.3 ~50 280 900
400 0.3 ~50 250 800
~200 0.8 ~50 150 350
JCs118 250 0.6 ~50 150 350
(lll\r"égg%) (JC7560) 300 0.4 ~50 130 310
(JC8050) 350 03 ~50 130 310
400 03 ~50 100 240

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf: Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed
and keep feed per tooth.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using ZPMT100320ZER-PL insert in high feed condition, reduce 10-30% of the above data.



Recommended cutting conditions for "EPHW-type inserts"

// DIJET

MQX and MSN type
Tool dia.(mm)
Work materials | Grades 16/17 20 20/21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
ap ae n Vf r ap e n Vf r ap ae n Vf
(mm) (mm) (mm) (min™") |(mm/min)| (mm) (mm) (mm) | (min") [((mm/min)| (mm) (mm) (mm) (min') |(mm/min)
) ~70 | 030 | ~10 | 1,790 | 2,860 [ ~80 | 0.30 | ~14|1,430|3,430| ~80 | 0.30 | ~14 | 1,430 | 4,570
Hardened die steel
(12344123790 | jcg118 | 100 | 0.25 | ~10 | 1,610 | 2,060 | 120 | 0.25 | ~14 | 1,290 2,480 | 120 | 025 | ~14 | 1,290 | 3,300
130 | 0.20 | ~10 [ 1,430| 1,370 160 | 0.20 | ~14 | 1,140 1,640 | 160 | 0.20 | ~14 | 1,140 | 2,190
) ~70 | 0.20 | ~10| 1,590 | 950 ~80 | 0.20 | ~14 | 1,270 | 1,140 [ ~80 | 0.20 | ~14 | 1,270 | 1,520
Hardened die steel
(1.253f_>‘}g,2:_i2Rié79) DH102 100 | 0.15 | ~10|1,430| 770 120 | 0.15 | ~14 | 1,140 | 920 120 | 0.15 | ~14 | 1,140 | 1,230
130 | 0.10 | ~10 [ 1,270 | 610 160 | 0.10 | ~14 | 1,020| 730| 160 | 0.10 | ~14 | 1,020 | 980
Tool dia. (mm)
Work materials | Grades 25/26 25/26/28
FEL No.ofteeth 4N No. of teeth 5N
r ap e n Vf r ap ae n Vf
(mm) (mm) (mm) (min") |(mm/min)| (mm) (mm) (mm) | (min'") [(mm/min)
) ~100| 0.30 | ~18 | 1,150 | 3,680 [~100| 0.30 | ~18 | 1,150 | 4,600
12379
" A2-59HRC JC8118 150| 0.25 | ~18 | 1,040 | 2,660 150 0.25 | ~18 | 1,040 | 3,330
200| 0.20 | ~18 920 | 1,770 200| 0.20 | ~18 920 | 2,210
. ~100| 0.20 | ~18 | 1,020 | 1,220 [~100| 0.20 | ~18 | 1,020 | 1,530
H?rdened die st%el
1.2344,1.2379 ~ ~
5 62HRC DH102 150| 0.15 18 920 | 990 150| 0.15 18 920 | 1,240
200| 0.10 | ~18 820 | 790 200| 0.10 | ~18 820 | 980

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

)
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
)

4) Use air blow.



Recommended cutting conditions for "EPHW-type inserts"

Quick & Mini

New generation high feed mill

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r ap ae Vf r ap ae Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~130 0.30 ~24 900 3,600 ~130 0.30 ~24 900 4,320
H?rdened die ste)el
1.2344,1.2379 ~ ~
42-59HRC JC8118 190 0.25 24 810 2,590 190 0.25 24 810 3,110
250 0.20 ~24 720 1,730 250 0.20 ~24 720 2,070
~130 0.20 ~24 800 1,200 ~130 0.20 ~24 800 1,440
H(ardened die ste;el
1.2344,1.2379 -~ -~
55-69HRC DH102 190 0.15 24 720 970 190 0.15 24 720 1,160
250 0.10 ~24 640 770 250 0.10 ~24 640 920
Tool dia. (mm)
Work materials | Grades 40/42 40
No. of teeth 6N No. of teeth 7N
r ap ae n Vf r ap ae n Vf
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~130 0.30 ~32 720 3,460 ~130 0.30 ~32 720 4,030
H?rdened die ste)el
1.2344,1.2379 ~ ~
42-59HRC JC8118 190 0.25 32 650 2,500 190 0.25 32 650 2,910
250 0.20 ~32 580 1,670 250 0.20 ~32 580 1,950
~130 0.20 o)) 640 1,150 ~130 0.20 o)) 640 1,340
H?rdened die ste;el
1.2344,1.2379 ~ ~
55-69HRC DH102 190 0.15 32 580 940 190 0.15 32 580 1,100
250 0.10 ~32 510 740 250 0.10 a8y 510 860

£ :Overhung length, ap:Axial depth of cut, ae: Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Recommended cutting conditions for "EPHW-type inserts"

QXP type (facemill type)

// DIJET

Tool dia.(mm)
Work materials | Grades 40
No. of teeth 6N No. of teeth 7N
r ap ae Vf ap ae Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min)
~100 0.30 ~32 720 3,460 0.30 ~32 720 4,030
Hardened die steel
(12344,1.2379) | oo 150 0.25 ~32 650 2,500 0.25 ~32 650 2,910
42-52HRC 200 0.20 ~32 580 1,670 0.20 ~32 580 1,950
250 0.10 ~32 580 1,670 0.10 ~32 580 1,950
~100 0.20 ~32 640 1,150 0.20 ~32 640 1,340
Hardened die steel
R ) i 150 0.15 ~32 580 940 0.15 ~32 580 1,100
55-62HRC 200 0.10 ~32 510 740 0.10 ~32 510 860
250 = = = = = = = =
Tool dia. (mm)
Work materials | Grades 50 50/52
No. of teeth 7N No. of teeth 8N
r ap ade n Vf ap ae n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (min) (mm/min)
~150 0.30 ~40 570 3,190 0.30 ~40 570 3,650
Hardened die steel
(1.2344,12379) | | qio 200 0.25 ~40 510 2,280 0.25 ~40 510 2,610
42-52HRC 250 0.20 ~40 460 1,550 0.20 ~40 460 1,770
300 0.10 ~40 460 1,550 0.10 ~40 460 1,770
~150 0.20 ~40 510 1,070 0.20 ~40 510 1,220
Hardened die steel
e ) 12 200 0.15 ~40 460 870 0.15 ~40 460 990
55-62HRC 250 0.10 ~40 410 690 0.10 ~40 410 790
300 = = = = = = = =
Tool dia. (mm)
Work materials | Grades 63 /66
No. of teeth 8N
r ap e Vf
(mm) (mm) (mm) (min™) (mm/min)
~200 0.30 ~50 450 2,880
Hardened die steel
(12340 19370) 250 0.25 ~50 410 2,100
42-50HRC | JC8118
300 0.20 ~50 360 1,380
350 0.10 ~50 360 1,380
~200 0.20 ~50 400 960
H ie steel
s 250 0.15 ~50 360 780
2By L DH102
55-62HRC 300 0.10 ~50 320 610
350 = = = =

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut dp or Spindle speed and Feed speed.

4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "ZPMT  -PL/NL/SL-type inserts" (3)
MQX and MSN type
Tool dia. (mm)
Work materials A?rg)sli;atks)le Grades 16/17 20 20/21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap | apxae n Vf r Ap | apXae n Vf Ap | apXae n Vf
(mm) (mm) (mm?) | (min") [((mm/min)] (mm) (mm) (mm?2) (min”) |(mm/min)] (mm) (mm?) | (min') |(mm/min)
Carbon stecl ~80 | =5.0|=128/3,180 | 950 |~100| =5.0 |=16.0| 2,550 1,150 | =5.0 |=16.0| 2,550 1,530
JC8050

Be(lc(fv(\)/zcssosk)is PLtype | UCB118)[ 120 | =3.0 | =6.4|2860| 770| 150| =3.0 | =8.0|2300| 930|=3.0| =8.02300] 1,240

(Cx79)
160 | =20 =3.2/2540 | 610| 190 =2.0 | =4.0 /2,040 730| =2.0| =40 2040 980
R ~80 | =50 =12.8/2,980 | 890 |~100 =50 =16.0|2,390 1,080 | =50 =16.0| 2,390 1,430

0254412379 | pLyype | 50 | 120 | <3.0 | <64 | 2680 720| 150 =3.0| =80|2150| 870 =30 <80 2150 1,160

160 | =2.0 | =3.2|2,380| 570| 190|=2.0|=40[1910| 690| =2.0| =40/ 1,910 920
~80 | =5.0 |=12.8/2980| 890 |~100| =5.0|=16.0| 2,390 | 1,080 | =5.0 |=16.0| 2,390 1,430

Mold steel

02311220 | pLype | (o118 | 120 | <3.0| <6.4|2680| 720| 150 =30 =80|2150| 870| =30 =80 2150 1,160

160 | =2.0| =3.2|2,380| 570| 190|=2.0|=4.0[1,910| 690|=20|=4.0/ 1,910 920
M ~80 | =4.0| =9.6 2,390 | 570 |~100| =4.0 |=12.0| 1,910| 690 | =4.0 |=12.0 1,910| 920
old steel

02311020 | prype | 19118 | 120 | <25 | <4.8|2,150| 470| 150 =25 <601,720| 570|<25|=<60 1720 760

160 | =2.0 | =24|1,910| 380| 190| =2.0|=3.0/1,530| 460|=20|=3.0] 1,530| 610
~80 | =3.5| =8.0|1,990| 480 |~100| =3.5|=10.0|1,590| 570| =3.5|=10.0| 1,590| 760

Hardened die steel

Jc8118
(DH102)

(1.2344, 1.2379)

42-55HRC 120 | =25 =40 1,790 390| 150 =2.5|=501430| 460|=25| =50/ 1430| 620

PLtype

160 | =12 =2.0|1,590| 300| 190|=1.2|=25[1,270| 360|=1.2|=25|1,270| 480
Hardened die steel

~80 | =25| =6.4 1,390 | 280 |~100| =2.5|=8.01,110| 330| =25 =80 1,110| 440
(1.35?2,21@79’ PLtype [ DH102 | 120 | =1.5| =32 | 1,250 230| 150 =1.5|=4.0 1,000 270|=15|=4.0/ 1,000 360

60| - | - | - | - ol - | - | - | - | -] -] -] -

. . ~80 | =5.0 |=16.0] 2,980 | 1,190 |~100 | =5.0 |=20.0| 2,390 | 1,430 | =5.0 [=20.0| 2,390 | 1,910
rey &Nodular castiron Jc8118
e e s | PLtpe | 10| 120 | 40| <80 2,680 960| 150 4.0 |<10.0] 2,150 | 1,160 | £4.0 |£10.0| 2,150 | 1,550

Below 300HB
160 | =3.0 | =4.0|2,380| 760| 190|=3.0|=5.0(1,910| 920|=3.0|=5.0/ 1,910 1,220
~80 | =5.0 |=12.8/2,980| 890 |~100| =5.0 |=16.0| 2,390 | 1,080 | =5.0 |=16.0| 2,390 | 1,430
Stainless steel JC8050

Below250HB | F-OPE | (cs118)| 120 | <3.0| <6.4|2680| 720| 150| <3.0| <80|2150| 870| =30 <80 2,150| 1,160

(SLtype)| (c7518)
160 | =2.0| =3.2(2,380| 570| 190| =2.0|=40[1910| 690|=2.0| =40/ 1,910 920

~80 | =5.0| =9.6|1,190| 360 [~100| =5.0 |=12.0 950| 430| =5.0|=12.0/ 950| 570
Titanium all
mhearan. | SLype |Jc7518| 120 | <30 <48 1,070 290| 150 =3.0 | <6.0| 860 350|=3.0|=<60 860 460

160 | =2.0| =24| 950| 230| 190|=20|=3.0| 760| 270|=20|=3.0| 760 360
~80 | =50 | =96 600| 180 |~100| =50 |=12.0/ 480| 220| =5.0 =12.0 480| 290

Inconel

(NCo71g) | StPe|JC7518| 120 | =3.0| =4.8| 540 | 140| 150 =3.0 | =6.0 | 430 170| =30| =6.0| 430 230

160 | =20 | =24 | 480| 110| 190| =20|=30| 380| 140|=20|=3.0| 380| 180
~80 | =5.0 |=32.0112,000 | 4,800 [~100| =5.0 |=40.0| 9,550 | 5,730 | =5.0 |=40.0| 9,550 | 7,640

Aluminum alloy

50-110HB NLtype | FC18 | 120 | =4.0 |=16.0 9,000 | 3,240 | 150| =4.0 |=20.0| 7,160 | 3,870 | =4.0 |=20.0| 7,160 5,160

160 | =3.0 | =8.0|6,000|1,920| 190| =3.0 |=10.0| 4,780 | 2,290 | =3.0 |=10.0| 4,780 | 3,060

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"

// DIJET

MQX and MSN type
Tool dia. (mm)
Work materials Apr?licatble Grades 25/26 25/26/28
Nserts No. of teeth 4N No. of teeth 5N
v v
(m’;n) (rgr‘:\) ?r&\ﬁaz)e (min™) (mm/rfnin) (n?r?’\) a(r?':r(naz)e (min™) (mm/rfnin)
~ < < < <
Carbon stecl 18050 120 =50 =200 2,040 1,220 <5.0 =200 2,040 1,530
pics0.Co9 | PLtype U(g(;;%) 190 <30 | =100 1,840 990 <30 | =100 | 1840 1,240
235 =20 <50 1,630 780 =20 =5.0 1,630 980
Die steel ~120 =50 | =200 1910 | 1,150 =50 | =200 | 1910 1,430
(1254412379 | pype [ SP2 | 190 | =30 | =100 | 1,720 930 | =30 | =100 | 1720 | 1,160
235 =20 <5.0 1,530 730 =20 =5.0 1,530 920
" ~120 =50 =20.0 1,910 1,150 <5.0 =20.0 1,910 1,430
old steel 1C8118
(1:2311,P20) | p| type (csoso) | 190 =30 =100 1,720 930 =30 =100 1,720 1,160
235 =20 <50 1,530 730 =20 =5.0 1,530 920
M ~120 =40 =15.0 1,530 740 =40 =15.0 1,530 920
old steel 1C8118
2310020 | PLiype | caosg | 190 | =25 | =75 | 1,380 610 | =25 | =75 | 1380 760
235 =15 =38 1,220 490 <15 =38 1,220 610
" : ~120 =35 | =125 1,270 610 =35 | =125 | 1,270 760
ardened die steel
288 Lad | PLpe | S35 190 <25 <62 1,140 490 <25 <62 | 1,140 620
235 =12 =32 1,020 390 =12 =32 1,020 490
H ) ~120 =25 =10.0 890 360 =25 =10.0 890 440
ardened die steel
(1234412579 | pl type | pHI02 | 190 =15 =50 800 290 <15 =50 800 360
235 = = - - = = - -
G . ~120 =50 =250 1,910 1,530 <5.0 =250 1,910 1,910
rey%GNéduGlecha)stuon 1C8118
Below 300 | "L VP | DH102) 190 =40 =125 1,720 1,240 <40 <125 1,720 1,550
235 =30 <6.2 1,530 980 =3.0 =62 1,530 1,220
) Jcgoso | 120 =50 =20.0 1,910 1,150 =50 =200 1,910 1,430
Stainless steel PL type = = = =
Below 250HB (cs118) 190 =30 =<10.0 1,720 930 =<3.0 =100 1,720 1,160
(SLtype)| (c751g)
235 =20 =50 1,530 730 <20 =50 1,530 920
~120 =50 =15.0 760 460 <5.0 =<15.0 760 570
T'{igj;“;}‘_:&;’y SLtype [JC7518 | 190 <30 <75 680 370 <30 <75 680 460
235 =20 =38 610 290 =20 =38 610 370
~120 =50 =15.0 380 230 =50 =15.0 380 280
oconel | SLiype [JC7518| 190 <30 <75 340 180 <30 <75 340 230
235 =20 =38 300 140 <20 =38 300 180
~120 =50 =50.0 7,640 6,110 <5.0 =50.0 7,640 7,640
Aluminumalloy | NLtype | FC18 | 190 <40 | =250 | 5730 | 4120 | =40 | =250 | 5730 | 5160
235 =30 =125 3,820 2,440 =30 =125 3,820 3,060

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"

MQX and MSN type
Tool dia. (mm)
Work materials A?r?hcratble Grades 30/32/35 32/35
serts No. of teeth 5N No. of teeth 6N
ap apXae n Vf ap apXae Vf
(mm) (mm) (mm?) (min™") (mm/min) (mm) (mm?) (min™) (mm/min)
Carbon steel Jcsos0 | 160 =50 | =240 1,590 | 1,190 =50 | =240 | 1,59 1,430
plesocos  |Plype|Ucs®)| 240 | <30 | =120 | 1,430 9%60 | =30 | =120 | 1430 | 1,60
(cx75)
290 =20 =6.0 1,270 760 =20 <6.0 1,270 910
R ~160 =50 | =240 1490 | 1,120 =50 | =240 | 1,490 1,340
(1234412379 | pyype | SO0 240 | <30 | =120 | 1340 90 | <30 | =120 | 1,340 | 1,80
290 =20 =6.0 1,190 710 =20 =<6.0 1,190 860
~160 =5.0 =240 1,490 1,120 =50 =240 1,490 1,340
AP0 K818 > — : ' = = ’ ’
. , < < < <
S0 3eHRC PLtyPe | (1cg050) 240 =30 =120 1,340 900 =30 =120 1,340 1,080
290 =20 <6.0 1,190 710 =20 <6.0 1,190 860
~160 =40 =18.0 1,200 720 =40 =<18.0 1,200 860
BT Jc8118 — — ' — — '
ssasire | PLOYPe | (1cg050) 240 =25 =9.0 1,080 600 =25 =9.0 1,080 710
290 =20 =45 960 480 =20 =45 960 580
~160 =35 =15.0 1,000 600 =35 =15.0 1,000 720
yErirgie e o118 = T e T
“a2-59HRC PLYyPe | (Sh102) 240 =25 =75 900 490 =25 =75 900 580
290 =12 =38 800 380 =20 =38 800 460
" ) ~160 =25 =120 700 350 =25 =120 700 420
ardened die steel
(12344,1.2379) 1 p. type | DH102 240 =15 =6.0 630 280 =15 =6.0 630 340
290 = = - - = = - -
. ) ~160 =5.0 =30.0 1,490 1,490 =50 =30.0 1,490 1,790
rey%GNgdlélaaGrg)stlron 1C8118
Bolowaoons | PLUPe | DHion| 240 =40 | =150 1,340 | 1,210 =40 | =150 | 1,340 1,450
290 =30 =75 1,190 950 =30 =75 1,190 1,140
Stainfess steel Jcgoso | 160 =50 =240 1,490 1,120 =50 =240 1,490 1,340
alnless stee
Below250HB | - DP€ | (cenig)| 240 <30 | =120 1,340 900 <30 | <120 | 1,340 1,080
SLtype)f (1c751g)
290 =20 =6.0 1,190 710 =20 =<6.0 1,190 860
~160 =5.0 =18.0 600 450 =50 =18.0 600 540
Taniumaloy | 5| ype | 7518|240 | =30 <90 540 360 <30 <90 540 440
290 =20 =45 480 290 =20 =45 480 340
~160 =50 =180 300 230 =50 =18.0 300 270
(I';,‘éggfg) SLtype | JC7518 240 <30 <90 270 180 <30 <90 270 220
290 =20 =45 240 140 =20 =45 240 170
~160 =5.0 =64.0 5,970 5,970 =50 =64.0 5,970 7,160
Aluminum alloy | NLtype | FC18 240 <40 | =320 | 4480 | 4,030 =40 | =320 | 4480 4,840
290 =30 =<16.0 2,990 2,390 =30 =16.0 2,990 2,870

2 :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.
5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



// DIJET

Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts" ©

MQX and MSN type

Tool dia. (mm)
Work materials A‘i’rﬁ’s'ffg'e Grades 40/42 40
No. of teeth 6N No. of teeth 7N
r ap apXae n Vf ap apXae n Vf
(mm) (mm) (mm?) (min™) (mm/min) (mm) (mm?2) (min) (mm/min)
~ < < < <
Crbonsice 1C8050 160 =50 =320 1,270 1,140 <50 =320 1,270 1,330
Beronssons | PLtyPe U&;;&) 240 | =30 | =160 | 1,140 920 <30 | =160 | 1,140 | 1,080
290 =20 =8.0 1,020 730 =20 =80 1,020 860
] ~160 =50 | =320 1190 | 1,070 =50 | =320 | 1,190 1,250
(1254412379 | plaype| 5050 240 | =30 | =160 | 1070 870 | =30 | =160 | 1,070 | 1,010
290 <20 =8.0 950 680 <20 =<8.0 950 800
Mold steel ~160 =50 | =320 1190 | 1,070 =50 | =320 | 1,190 1,250
02311.P20  IpLtype| (o181 240 | <30 | <160 | 1,070 | 870 | =30 | =160 | 1070 | 1010
290 =20 =8.0 950 680 =20 =80 950 800
Mold steel ~160 =40 =240 950 680 =40 =240 950 800
A231P2)  pLiype|goonio| 240 | =25 | =120 860 | 570 | =25 | <120 | 860 660
290 =20 =6.0 760 460 =20 =<6.0 760 530
Hardened die stecl ~160 =35 =20.0 800 580 =35 =20.0 800 670
OB ieine? [PLope| (881 240 | =25 | =100 720 470 | =25 | =100 720 540
290 =122 =5.0 640 370 =12 <50 640 430
u ' ~160 =25 =<16.0 560 340 =25 =16.0 560 390
ardened die steel
(12344.1.2379) | p|_type | DH102 240 =15 =80 500 270 =15 =80 500 310
290 = = - - = = - -
Grey &Nodlar castiron ~160 =50 =40.0 1,190 1,430 =50 =40.0 1,190 1,670
586060 IpLtype| SHISL 240 | <40 | =200 | 1070 | 1060 | =40 | =200 | 1070 | 1350
290 =30 =10.0 950 910 =30 =10.0 950 1,060
stainfess steel Jc80s0 | 160 =50 =320 1,190 1,070 =50 =320 1,190 1,250
alnless steel
Below 250HB (Etg’gz ((jcsnsg 240 =3.0 =16.0 1,070 870 =30 =16.0 1,070 1,010
C7518,
290 <20 =80 950 680 <20 =<8.0 950 800
~160 =50 =240 480 430 =50 =24.0 480 500
mianiumalloy 5| ype|sc7ste| 240 | =30 | =120 430 350 <30 | =120 430 410
290 =20 =<6.0 380 270 =20 <6.0 380 320
~160 <50 =240 240 220 =50 =240 240 250
| |
(|£égr;fg) SL type | JC7518 240 =3.0 =120 220 180 =30 =120 220 210
290 =20 =6.0 190 140 =20 =<6.0 190 160
~160 =50 =80.0 4,780 5,740 =50 =80.0 4,780 6,690
Aluminumalloy | NLtype| FC18 240 =40 | =400 3580 | 3,870 <40 | =400 | 3580 4,510
290 =3.0 =20.0 2,390 2,290 =30 =20.0 2,390 2,680

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts" (3]

QXP type (facemill type)

Tool dia. (mm)
Work materials A?ﬁigﬂk;le Grades 40
No. of teeth 6N No. of teeth 7N
ap apxae n Vf ap apxae n Vf
(mm) (mm) (mm?) (min”) (mm/min) (mm) (mm?) (min™) (mm/min)
~ < < < <
Corbonstce 18050 150 <5.0 <320 1,270 1,140 <50 =320 1,270 1,330
B s | PLtype (J(csn?) 200 =30 | =160 1,140 920 =30 | =160 | 1,140 1,080
CX75
250 =20 =8.0 1,020 730 =20 =8.0 1,020 860
Die steel ~150 <50 =320 1,190 1,070 =<5.0 =320 1,190 1,250
(0234412379 | ploype | BP0 200 | =30 | =160 | 1070 870 | =30 | =160 | 1070 | 1,010
250 =20 =8.0 950 680 =20 =80 950 800
Mold steel ~150 =5.0 =320 1,190 1,070 =50 =320 1,190 1,250
0231120 | pryype | )28 200 | =30 | <160 | 1070 | 870 | =30 | =160 | 1070 | 1010
250 =20 =80 950 680 =20 =8.0 950 800
Mold steel ~150 =40 =240 950 680 =40 =240 950 800
P prype | 81 200 | <25 | =120 860 570 | =25 | =120 860 660
250 =20 =6.0 760 460 =20 =<6.0 760 530
Hardened die steel ~150 =35 | =200 800 580 =35 | =200 800 670
M2 12379 | pLiype [KB118 1 200 | =25 | =100 720 470 | =25 | =100 720 540
250 =12 =50 640 370 =12 =50 640 430
. ! ~150 <25 =<16.0 560 340 <25 =<16.0 560 390
ardened die steel
(12344.1.2379) | p. type | DH102 200 =15 =80 500 270 =15 =80 500 310
250 = = - - = = - -
Grey & Nodular castiron ~150 =50 =40.0 1,190 1,430 =50 =40.0 1,190 1,670
286660 pLiype | SBIST 500 | <40 | =200 | 1070 | 1060 | =40 | =200 | 1070 | 1350
250 =3.0 =10.0 950 910 =30 =10.0 950 1,060
~150 <5.0 =320 1,190 1,070 =<5.0 =320 1,190 1,250
Stainless steel PL type JC8050
Below 250HB | (o ty o (Jc8118) 200 =30 =<16.0 1,070 870 =30 =16.0 1,070 1,010
e 250 =20 =8.0 950 680 =20 =80 950 800
~150 =5.0 =240 480 430 =50 =240 480 500
Titanium alloy < < < =
(Ti-6Al-4V) SLtype | JC7518 200 =3.0 =120 430 350 =30 =120 430 410
250 =20 =<6.0 380 270 =20 <6.0 380 320
~150 <50 =240 240 220 =<5.0 =240 240 250
(|Inr11§g;%) SLtype | JC7518 200 <30 <120 220 180 <30 <120 220 210
250 =20 =6.0 190 140 =20 =<6.0 190 160
~150 =5.0 =80.0 4,780 5,740 =50 =80.0 4,780 6,690
Aluminumalloy | NLtype | FC18 200 | =40 | =400 | 3580 | 3870 | =40 | =400 | 3580 | 4510
250 =30 =20.0 2,390 2,290 =3.0 =<20.0 2,390 2,680

£ :Overhung length, ap:Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "ZPMT * -PL/NL/SL-type inserts"

QXP type (facemill type)

// DIJET

Tool dia. (mm)
Work materials A;i)r?slgratkzle Grades 50 50/52
No. of teeth 7N No. of teeth 8N
ap apXae n Vf ap apXae n Vf
(mm) (mm) (mm?) (min™) (mm/min) (mm) (mm?) (min™) (mm/min)
~ < < < <
Carbonstce 18050 200 =<5.0 <400 1,020 1,070 <50 =400 1,020 1,220
Bao s | PLtype U(CSH?) 250 <30 | =200 920 870 <30 | =200 920 990
CX75
300 =20 =100 820 690 =20 =10.0 820 790
Die steel ~200 <50 =40.0 950 1,000 =<5.0 =40.0 950 1,140
(1234412379 | pLype | SP2 | 250 | =30 | =200 860 810 | =30 | =200 860 930
300 =20 =10.0 760 640 =20 =10.0 760 730
Mold steel ~200 =50 =40.0 950 1,000 =50 =40.0 950 1,140
12311P20 | pLiype | o8| 250 | =30 | =200 860 | 810 | =30 | =200 | 860 930
300 =20 =100 760 640 =20 =10.0 760 730
Mold steel ~200 <40 =30.0 760 640 =40 =30.0 760 730
Qe prype | S| 250 | <25 | <150 680 50 | =25 | =150 680 600
300 =20 =75 610 430 =20 =75 610 490
Hardened die steel ~200 =35 | =250 640 540 =35 | =250 640 610
h232 12579 | pLiype | [B18] 250 | =20 | =125 580 a0 | =20 | =125 580 500
300 =12 =6.0 510 340 =12 =<6.0 510 390
Hardened die steel ~200 <25 =20.0 450 320 <25 =20.0 450 360
(1.2344.1.2379) | p|_ type | DH102 250 | =15 | =100 400 250 <15 | =100 400 290
300 =<1.0 =50 360 200 =10 <50 360 230
Grey & Nodilarcastiron ~200 =50 =50.0 950 1,330 =50 =50.0 950 1,520
586060 pLype | K818 950 | <40 | =250 860 | 1080 | =40 | =250 & 860 | 1240
300 =30 =125 760 850 =30 =125 760 970
~200 <50 =<40.0 950 1,000 =<5.0 =<40.0 950 1,140
Stainless steel PL type JC8050
Below 250HB (Jc8118) 250 =30 =20.0 860 810 =30 =20.0 860 930
(SLtype)| (jc751g) > > > >
300 <20 <100 760 640 =20 =100 760 730
~200 =50 =30.0 380 400 =50 =30.0 380 460
T'ﬁ:‘;‘j\r}‘j\'};’y SLtype | JC7518 250 <30 | =150 340 320 <30 | =150 340 370
300 =20 =75 300 250 =20 <75 300 290
~200 <50 =30.0 190 200 =<5.0 =30.0 190 230
(I'h'l‘ég’;‘f;) SLtype | JC7518 250 <30 <150 170 160 <30 <150 170 180
300 =20 =75 150 130 =20 =75 150 140
~200 =50 =100.0 3,820 5,350 =50 =100.0 3,820 6,110
Aluminumalloy | NLtype | FC18 250 | =40 | =500 | 2860 | 3600 | =40 | =500 | 2860 | 4,120
300 =30 =250 1,910 2,140 =30 =25.0 1,910 2,440

£ :Overhung length, ap:Axial depth of cut, ae: Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "ZPMT > -PL/NL/SL-type inserts"

QXP type (facemill type)

Tool dia. (mm)
Work materials | *?PI%0R/ Grades 63/66
¢ No. of teeth 8N
r ap apXae n \4i
(mm) (mm) (mm?) (min™) (mm/min)
~ < <
Caonstce 18050 250 =50 =500 810 970
paCo0.Co%) | pLiype |UCBI18)| 300 | =30 | =250 730 790
x5 350 =20 =125 650 620
Die steel ~250 =50 | =500 760 910
(1.2344,1.2379) PL JC8050 = <
o TS type | (ca118) 300 =30 =250 680 730
350 =20 =125 610 580
Mold stecl ~250 =50 =50.0 760 910
0231120 | piype | (o181 300 | =30 | =250 680 730
350 =20 =125 610 580
Mold steel ~250 =40 =38.0 610 590
C811
2P0 piype [ (18| 300 | <25 | <190 | 550 480
350 =20 <95 490 390
Hardened die steel ~250 =35 | =320 500 480
(12344, 1.2379) | p|_ type (JDCfI:;% 300 | <25 | <160 450 390
350 =15 =75 400 310
~ < <
Hardened die steel 250 <25 <250 350 280
(1234412379 | plype [ pHIO2 | 300 | =15 | =125 320 230
350 =1.0 =6.5 280 180
~ < <
Gerttodircstvon o 250 =50 <64.0 760 1,220
B aoous | PLOPe (ool 300 | =40 | =320 680 980
350 =3.0 =16.0 610 780
~ < <
Sanessseel | o 18050 250 =<5.0 <50.0 760 910
Below 250H8 YPE | (ic8118) 300 <30 <250 680 730
SLtype)f (1c751g)
350 =20 =125 610 580
~250 =50 =380 300 360
T'{;:;;ATZU;’V SLtype | JC7518 300 <30 <190 270 290
350 =20 =95 240 230
~250 =5.0 =38.0 150 180
(neonel | SLupe|Jc7s18| 300 | =30 | =190 140 150
350 =20 =95 120 110
~250 =50 =128.0 3,030 4,850
Aluminum alloy < <
50-110HB NLtype [ FC18 300 =40 =63.0 2,270 3,270
350 =3.0 =315 1,520 1,940

£ :Overhung length, ap: Axial depth of cut, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using ZPMT * -PL/NL/SL type insert in side finishing or bottom face finishing, please scan the
following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "YPHW>-15/-F-type inserts" (For up & down finishing)

// DIJET

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 16 /17 20 20/21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r Pf de Vf Pf de n Vf Pf de Vf
(mm) (mm) (mm) (min) ((mm/min)| (mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min™) |(mm/min)
~70 05 |<0.2 | 8950| 2,680 | ~70 06 |<0.2 |7,160 | 3,220 | ~70 06 |<0.2 | 7,160 | 4,290
Carbon steel
(€50, C55) JC8015
Below 250HB (DH102) 120 05 |<0.2 | 6,960| 1,390 120 06 |<0.2 | 7,160 | 2,790 120 06 |<0.2 | 7,160 | 3,720
160 05 |<0.2 | 6,960 1,110 190 06 |<0.2 |5570 | 1,670 190 06 |<0.2 |5570 | 2230
B ~70 05 |<0.2 | 7,960 2,390 | ~70 06 |<0.2 |6370] 3,220 | ~70 06 |<0.2 | 6,370 | 4,290
i
(1.2344,1.2379) | JC8015
Below 25513 | oh1oo | 120 | 05 | <02 | 5970/ 1,190 | 120 | 06 [<02 | 6370|2480 | 120 | 06 |<02 |6370 3310
160 05 |<0.2 | 5970| 960 190 06 |<0.2 |4,770 | 1,430 190 06 |<0.2 | 4770 | 1,910
Mold steel ~70 05 |<0.2 | 6,960| 1,670 | ~70 06 |<0.2 |5,570 | 2,000 | ~70 06 |<0.2 | 5570 | 2,670
old stee
(1.2311, P20) JC8015
30-36HRC (DH102) 120 05 |<0.2 | 4970 840 120 06 |<0.2 |5570 | 1,670 120 06 |<0.2 |5570 | 2230
160 05 |<0.2 | 4970/ 700 190 06 |<0.2 | 3,980 960 190 06 |<0.2 |3,980 | 1,280
Mold steel ~70 05 |<0.2 | 4,980| 1,200 | ~70 06 |<0.2 |3980]1,430| ~70 06 |<0.2 |3980 | 1,910
(1.2311, P21) JC8015
38-43HRC (DH102) 120 05 |<0.2 | 3,560| 600 120 06 |<0.2 | 3,980 | 1,190 120 06 |<0.2 | 3,980 | 1,590
160 | 05 |<0.2 | 3,560 500 190 | 06 |<<0.2 |2840| 690| 190 | 06 |<0.2 |2840 | 920
. ~70 0.5 |<0.15| 3,380| 680 | ~70 06 |<0.15| 2,710 810 | ~70 06 |<0.15| 2,710 | 1,080
Hardened die steel
(1.2344,1.2379) | DH102
42-52HRC 0C8015) 120 05 |<0.15| 2,400| 340 120 06 |<0.15| 2,710 670 120 06 |<0.15| 2,710 890
160 0.5 |<0.15| 2,400 280 190 06 |<0.15| 1,940 390 190 06 |<0.15| 1,940 520
. ~70 0.5 |<0.2 10,900 3,270 | ~70 06 |<0.2 | 8,750 | 3,940 | ~70 06 |<0.2 | 8,750 | 5250
Grey & Nodular cast iron
(GG, GGG) JC8015
Below3004 | (Dhto | 120 | 05 | <02 | 8950/ 2,150 | 120 | 06 [<02 |7,160|2580| 120 | 06 |<02 |7,160 | 3440
160 05 |<0.2 | 8950 1,790 190 06 |<0.2 |7,160 | 2,150 190 06 |<0.2 | 7,160 | 2,870

£ :Overhung length, Pf:Pick feed, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

)
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
)

4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW>-15/-F-type inserts" (For up & down finishing)

MQX and MSN type
Tool dia. (MmM)
Work materials | Grades 25/26 25/26/28 30/32/35
No. of teeth 4N No. of teeth 5N No. of teeth 5N
Pf de Vf Pf de Vf Pf de Vf
(mm) (mm) (mm) (min™) [((mm/min)| (mm) (mm) (mm) (min?) |[(mm/min)] (mm) (mm) (mm) (min™) |(mm/min)
~90| 07 |<02 |5730|4,120| ~90| 0.7 |<0.2 |5730|6210|~100| 08 |<0.2 |4480 | 4,030
Carbon steel
(€50, C55) JC8015
Below 25018 | (DH10o) | 140 | 07 |<02 |5730|3440| 140| 07 |<02 5730|4300 | 150 08 |<02 |4480 | 4030
210| 07 |<0.2 | 4460 | 2,140 210| 0.7 |<0.2 | 4,460 | 2,680 210 0.8 |<0.2 | 3480|2610
Sl ~90| 0.7 |<02 |5090|3660| ~90| 0.7 [<0.2 | 5090|4580 |~100| 08 |<0.2 |3,980 | 3,580
(1.2344,1.2379) | JC8015
Below 255HB | (DH102) 140 | 0.7 |<0.2 | 5090 | 3,050 140 | 0.7 |<0.2 |5,090 | 3,810 150| 0.8 |<<0.2 | 3,980 | 3,580
210 0.7 |<02 [3820|1,830| 210| 07 [<0.2 |3,820 | 2290 210| 08 |<0.2 |2980 | 1,740
Mold steel ~90| 07 |<02 |4460|2680| ~90| 0.7 |<0.2 |4460 |3350|~100| 08 |<02 |3,480| 2610
(1.2311,P20) JC8015
30364RC | (DHio | 140 | 07 |<02 | 4460 |2140| 140 | 07 |<02 | 4460 | 2680 | 150 08 |<02 |3480 2610
210 | 0.7 <02 |3,180 | 1,270 210 | 0.7 [<0.2 |3,180 | 1,590 210 0.8 |<<0.2 | 2490 | 1,250
A ~90| 07 |<02 |3,180|1530| ~90| 0.7 |<0.2 |3,180 | 1,910 |~100| 0.8 [<0.2 | 2,490 | 1,500
(1.2311,P21) JC8015
saa3irc. | OHiow | 140 07 <02 3180 (1,220 140| 07 |<02 |3,180|1520| 150| 08 |<02 |2490 | 1,500
210 | 0.7 <02 |2270 730 210 | 0.7 [<0.2 |2270 910 210| 08 |<0.2 | 1,780 720
) ~90| 07 |<0.15/2160| 860 ~90| 0.7 |<0.15| 2,160 | 1,080 |~100| 0.8 |<0.15| 1,690 | 850
Hardened die steel
(1.2344,1.2379) | DH102
42-59HRC (C8015) 140 | 07 |<0.15| 2,160 | 690 140 | 0.7 |<0.15| 2,160 860 150 0.8 |<0.15] 1,690 | 850
210| 07 |<0.15/ 1,540 | 410 210| 0.7 |<0.15| 1,540 510 210 0.8 |<0.15/ 1,210 | 410
. ~90| 07 |<0.2 |7,000|4200| ~90| 0.7 |<0.2 | 7000|5250 |~100| 0.8 |<0.2 |5470| 4,100
Grey & Nodular cast iron
(GG, GGG) JC8015
Below 300HB | (DH102) 140 | 0.7 |<0.2 | 5730 | 2,750 140 | 0.7 (<02 | 5,730 | 3,440 150| 0.8 |<<0.2 |5470| 4,100
210 | 0.7 (<02 [5730 229 | 210| 0.7 [<0.2 |5730 | 2860 210| 08 |<0.2 |4,480 | 2,240

2 :Overhung length, Pf:Pick feed, ae:Radial depth of cut, n :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



/ DIJET

Recommended cutting conditions for "YPHW>-15/-F-type inserts" (For up & down finishing)

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 32/35 40/ 42 40
No. of teeth 6N No. of teeth 6N No. of teeth 7N
r Pf de n Vf r Pf de n \Ai r Pf de n V¢
(mm) (mm) (mm) (min™) ((mm/min)| (mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min™) |[(mm/min)
~100| 0.8 |<0.2 | 4,480 | 4,830 |~100| 0.88 |<0.2 | 3,580 | 3,870 |~100| 0.88 |<0.2 | 3,580 | 4,520
Carbon steel
(€50, C55) JC8015
Below 250HB (DH102) 150| 0.8 |<0.2 | 4,480 | 4,830 150| 0.88 |<0.2 | 3,580 | 3,870 150| 0.88 |<0.2 | 3,580 | 4,520
2101 08 |<0.2 | 3,480 | 3,130 210| 0.88 |<0.2 | 2,790 | 2,010 210| 0.88 |<0.2 | 2,790 | 2,350
T ~100| 0.8 [<0.2 | 3,980 | 4300 |~100| 0.88 |<0.2 | 3,180 | 3,430 [~100| 0.88 |<<0.2 | 3,180 | 4,000
(1.2344,1.2379) | JC8015
Below 255HB (DH102) 150| 0.8 |<0.2 | 3,980 | 4,300 150| 0.88 |<0.2 | 3,180 | 3,430 150| 0.88 |<<0.2 | 3,180 | 4,000
210 0.8 |<<0.2 | 2980 | 2,090 210| 0.88 <02 | 2,390 | 1,720 210| 0.88 |<0.2 | 2,390 | 2,010
Mold steel ~100| 0.8 |<0.2 | 3,480 | 3,130 [~100| 0.88 |<0.2 | 2,790 | 2,510 |~100| 0.88 |<<0.2 | 2,790 | 2,930
(1.2311, P20) JC8015
30-36HRC (DH102) 150| 0.8 [<0.2 | 3,480 | 3,130 150| 0.88 |<0.2 | 2,790 | 2,510 150| 0.88 |<<0.2 | 2,790 | 2,930
210| 0.8 |<0.2 | 2,490 | 1,500 210| 0.88 |<0.2 | 1,990 | 1,430 210| 0.88 |<0.2 | 1,990 | 1,670
Mold steel ~100| 0.8 |<0.2 | 2490 | 1,800 [~100| 0.88 |<0.2 | 1,990 | 1,430 |~100| 0.88 |<<0.2 | 1,990 | 1,670
(1.2311, P21) JC8015
ssa3urc | OHiow | 150| 08 <02 | 2490 | 1,800 | 150| 088 | <02 | 1,990 | 1,430 | 150| 088 |<02 | 1,990 | 1670
210| 08 |<0.2 | 1,780 860 210| 0.88 [<0.2 | 1,420 820 210| 0.88 |<0.2 | 1,420 960
. ~100| 08 |[<0.15| 1,690 | 1,020 [~100| 0.88 |<0.15| 1,350 810 |~100| 0.88 |<0.15| 1,350 950
Hardened die steel
(1.2344,1.2379) | DH102
42-52HRC 0C8015) 150 0.8 |<0.15| 1,690 | 1,020 150| 0.88 |<0.15/| 1,350 810 150| 0.88 |<0.15/| 1,350 950
210| 08 |<0.15| 1,210 490 210| 0.88 |<0.15| 960 460 210| 0.88 |<0.15| 960 540
) ~100| 08 [<0.2 | 5470 | 4920 |~100| 0.88 |<0.2 | 4,380 | 3,940 [~100| 0.88 |<<0.2 | 4,380 | 4,600
Grey & Nodular cast iron
(GG, GGG) JC8015
Below 300HB (DH102) 150| 0.8 |<0.2 | 5470 | 4,920 150| 0.88 |<<0.2 | 4,380 | 3,940 150| 0.88 |<<0.2 | 4,380 | 4,600
210| 0.8 |<0.2 | 4,480 | 2,690 210| 0.88 <0.2 | 3,580 | 2,580 210| 0.88 |<0.2 | 3,580 | 3,010

£ :Overhung length, P f:Pick feed, de:

NOTE

Radial depth of cut, N : Spindle speed, Vf:Feed speed

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Recommended cutting conditions for "YPHW*-15/-F-type inserts" (For up & down finishing)

QXP type (facemill type)

Quick & Mini

New generation high feed mill

Tool dia. (Mm)
Work materials | Grades 40 50
No. of teeth 6N No. of teeth 7N No. of teeth 7N
r Pf de n Vf r Pf de n Vf r Pf de n Vf
(mm) (mm) (mm) (min™) ((mm/min)| (mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min™) |[(mm/min)
~150| 0.88 <02 |3,5580 |3:870 |~150| 088 | <02 |3,580| 4520 |~150| 1 |<02 | 24860 | 3,600
S 200| 088 |<02 |3580|3870| 200| 088 |<02 | 3580 |4520| 200] 1 |<02 |2860 | 3600
arpon stee!
(cs0,c55) | 2801 1 50| 088 | <02 | 3580|3220 250| 088 |<02 | 3,580 |3760| 250 1 |<02 | 2:860 | 3,600
Below 25018 | (OH102)
300| 088 |<02 | 2790 |2010| 300| 088 |<02 | 2790 |2350| 300| 1 |<02 |2860 3,000
350| - - - - | 350| - - - ~ | 350 1 |<02 | 2860|3000
~150| 0.88 | <02 |3,180 | 3,430 [~150| 088 |<02 |3,180 | 4000 [~150| 1 |<02 | 2550 | 3210
e stea 200| 088 |<02 |3,180|3430| 200| 088 |<02 | 3,180 |4000| 200 1 |<02 |2550] 3210
(13'2|344' 215'25?47;) S| 250| 088 |<02 | 3180 2860 | 250| 088 |<02 3180 3340| 250 1 |<02 |2550 3210
elow
300| 088 |<02 | 2390|1720 300| 088 |<02 | 2390 |2010| 300| 1 |<02 |2550 ] 2680
350| - - - - | 350 - - - | - | 350 1 |<02 |2550]| 2680
~150 | 088 | <02 | 2790 | 2510 [~150| 0.88 | <02 | 2,790 | 2,930 |~150| 1 |<02 | 2230 | 2,340
old stea 200| 0.88 |<02 |2790 | 2510| 200 088 |<02 | 2790 |2930| 200| 1 |<02 |2230 | 2340
(13%3; 61|’-|Fl;2C0) S| 250| 088 |<02 | 2790 2010| 250| 088 |<02 2790 2350 | 250 1 |<02 | 22302340
300| 088 (<02 | 1,990 | 1,90 | 300| 0.88 |<02 | 1,990 | 1390 | 300| 1 |<02 |2230] 1870
350| - - - - | 350 - - - ~ | 350 1 |<02 | 22301870
~150| 0.88 | <02 | 1,990 | 1,430 [~150| 088 |<02 | 1,990 | 1,670 [~150| 1 |<02 | 1,590 | 1,340
old stee 200| 088 |<02 | 1,990 | 1,430 | 200| 088 |<02 | 1,990 | 1,670 | 200| 1 |<02 | 1,590 1,340
(13%3‘1 ;HF;?ZCH gﬁ?&; 250| 088 |<02 | 1,990 | 1,150 | 250| 0.88 | <02 | 1,990 | 1340 | 250| 1 |<02 | 1,590 | 1,340
300| 088 |<02 | 1420| 680| 300| 088 |<02 | 1420| 790| 300| 1 |<02 | 1,590 1,070
350| - - - - | 350 - - - | - | 350 1 |<02|159%] 1,070
~150| 0.88 |<0.15| 1,350 | 810 [~150| 088 |<0.15| 1,350 | 950 [~150| 1 |<o0.15| 1,080 | 760
200| 088 |<0.15|1350| 810| 200| 0.88 |<0.15 1350 | 950| 200/ 1 |<0.15|1,080| 760
Hardened die steel
1.2344,1.2379. R B , R . , . E
( ) UDCQL‘%) 250| 088 |<0.15|1350 | 650| 250| 0.88 |<0.15/ 1350 | 760| 250| 1 |<0.15|1,080| 760
42-52HRC
300| 088 |<0.15| 960 | 390| 300| 0.88 |<0.15 960| 460| 300| 1 |<0.15|1,080| 610
350| - - - - | 350 - - - - | 350 1 |<015 1,080 | 610
~150| 0.88 | <02 | 4380 | 3,940 [~150| 088 | <02 | 4380 | 4600 [~150| 1 |<02 | 3,500 | 3,680
— 200| 088 |<02 | 4380|3940 200| 0.88 |<02 | 4380 | 4600| 200| 1 |<02 |3500] 3,680
rey & Nodular cast iron
(GG, GGG) (Jchfgg) 250| 088 |<02 |3580|2580| 250| 0.88 |<02 | 3,580 |3010| 250| 1 |<02 |3500] 3,680
Below 300HB
300| 088 |<02 |3580|2150| 300| 088 |<02 | 3,580 |2510| 300| 1 |<02 |2860 | 2400
350| - - - - | 350 - - - | - | 350 1 |<02 |2860]| 2400

2 :Overhung length, Pf:Pick feed, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



/ DIJET

Recommended cutting conditions for "YPHW*-15/-F-type inserts" (For up & down finishing) 9

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 50/52 63/66
No. of teeth 8N No. of teeth 8N
r Pf de n Ve r Pf de n Vf
(mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min™) |[(mm/min)
~150 1 <0.2 |2860 | 4,110 [~200| 1.12 [<0.2 | 2,270 | 3,260
Carbon steel 200 1 <0.2 | 2860 | 4,110 250| 1.12 |<0.2 | 2,270 | 3,260
arpon stee
(cso.css) B 250 1 |<02 2860 4110| 300| 112 <02 | 2270 | 3,260
Below 250HB
300 1 <0.2 | 2,860 | 3,430 350| 1.12 <02 | 2,270 | 2,720
350 1 <0.2 | 2,860 | 3,430 400| 1.12 [<0.2 | 2,270 | 2,720
~150 1 <0.2 | 2,550 | 3,670 [~200| 1.12 [<0.2 | 2,020 | 2,910
S 200 1 <0.2 | 2,550 | 3,670 250 1.12 |<0.2 | 2,020 | 2,910
Ie stee
( 2344 12379) [ 180501 o50| 1 |<02 2550|3670 | 300| 112 |<02 | 2020|2910
Below 255HB
300 1 <0.2 | 2,550 | 3,060 350 1.12 [<0.2 | 2,020 | 2,420
350 1 <0.2 | 2,550 | 3,060 400| 1.12 [<0.2 | 2,020 | 2,420
~150 1 <0.2 | 2230|2670 [~200| 1.12 [<0.2 | 1,770 | 2,120
Mold steel 200 1 <0.2 | 2,230 | 2,670 250| 1.12 (<02 | 1,770 | 2,120
1.2311,20 B 250 1 [<02 2230 2670| 300| 112 <02 1,770 | 2,120
300 1 <0.2 | 2,230 | 2,140 350| 1.12 |<0.2 | 1,770 | 1,700
350 1 <0.2 | 2,230 | 2,140 400| 1.12 [<0.2 | 1,770 | 1,700
~150 1 <0.2 | 1,590 | 1,530 [~200| 1.12 [<0.2 | 1,260 | 1,210
R 200 1 <0.2 | 1,590 | 1,530 250 1.12 |<0.2 | 1,260 | 1,210
25 S| 250 1 <02 | 1590 | 1530| 300| 112 <02 | 1,260 | 1,210
300 1 <02 | 1,590 | 1,220 350 1.12 |<0.2 | 1,260 970
350 1 <02 | 1,590 | 1,220 400| 1.12 |<0.2 | 1,260 970
~150 1 <0.15| 1,080 870 | ~200| 1.12 |<0.15| 860 690
200 1 <0.15] 1,080 870 250| 1.12 |<0.15| 860 690
Hardened die steel DH102
(1.2344, 1.2379) (JC8015) 250 1 <0.15] 1,080 870 300| 1.12 |<0.15 860 690
42-52HRC
300 1 <0.15]| 1,080 700 350| 1.12 |<0.15| 860 550
350 1 <0.15] 1,080 700 400| 1.12 |<0.15| 860 550
~150 1 <0.2 | 3,500 | 4,210 [~200| 1.12 [<0.2 | 2,780 | 3,340
200 1 <0.2 | 3,500 | 4,210 250 1.12 |<0.2 | 2,780 | 3,340
Grey & Nodular cast iron 1C8015
(GG, GGG) (DH102) 250 1 <0.2 | 3,500 | 4,210 300 1.12 |<0.2 | 2,780 | 3,340
Below 300HB
300 1 <0.2 | 2,860 | 2,740 350 1.12 |<0.2 | 2,270 | 2,180
350 1 <0.2 | 2,860 | 2,740 400| 1.12 [<0.2 | 2,270 | 2,180

£ :Overhung length, Pf:Pick feed, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut @p or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4)

Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

MQX and MSN type

Tool dia. (Mm)
Work materials | Grades 16/17 20 20/21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
r ap de V¢ r ap de Vt r ap de Vf
(mm) (mm) (mm) (min?) |[((mm/min)] (mm) (mm) (mm) (min?) |(mm/min)| (mm) (mm) (mm) (min) |(mm/min)
~70 | 1.5 | <0.2|12,900| 3,870 | ~70 | 1.5 | <0.2|10,300| 4,640 [ ~70 | 1.5 | <0.2{10,300| 6,190
Carbon steel CX75
550,058 0csois)| 120 | 1 | <02 8950/2,150| 120 | 1 | <02 7,160 2,580 | 120 1 | <02| 7,160| 3,440
(DH102)
160 | 0.7 | <0.2| 8950/1,790| 190 | 0.7 | <0.2| 7,160|2,150| 190 | 0.7 | <0.2| 7,160| 2,870
) ~70 | 15 |<02] 8950(2680|~70 | 1.5 | <0.2| 7,160|3,220 | ~70 | 1.5 | <0.2| 7,160| 4,290
Die steel CX75
(1234412379 | Gcgors)| 120 | 1| <0.2 | 8950/ 2,150 | 120 | 1 | <02 7,160 2,580 | 120 | 1 | <0.2| 7,160 3,440
(DH102)
160 | 0.7 | <0.2 | 6,960/ 1,390 190 | 0.7 | <0.2| 5570/1,670| 190 | 0.7 | <0.2| 5,570| 2,230
Mold steel ~70 | 15 | <0.2| 89502680 |~70| 1.5 | <0.2| 7,160| 3,220 [ ~70 | 1.5 | <0.2| 7,160| 4,290
(1.2311,P20) | JC8015
oaeire liomon | 1200 1 | <02 8950 2,150 120 | 1 | <02 7,602,580 | 120 1 | <0.2| 7,160 3,440
160 | 0.7 | <0.2| 6960/1,390| 190 | 0.7 | <0.2| 5570/1,670| 190 | 0.7 | <0.2| 5,570 2,230
Mold steel ~70 | 15 | <02 7960(1910| ~70 | 1.5 | <0.2| 6,370(2290 | ~70 | 1.5 | <0.2| 6,370 3,050
(1.2311,pP21) | JC8O15
38-43HRC (DH102) 120 | 1 <0.2| 6960 1,390 | 120 | 1 <0.2 | 5570/ 1,670 | 120 | 1 <0.2 | 5,570| 2,230
160 | 0.7 | <0.2 | 6,960/ 1,110 190 | 0.7 | <0.2| 5570/1,340| 190 | 0.7 | <0.2| 5,570| 1,790
) ~70 | 15 | <0.2| 3,980 800|~70| 1.5 | <0.2| 3,180 950 ~70 | 1.5 | <0.2| 3,180| 1,270
M Sk 12379 | ceons
tetind” lomon| 1201 1 | <02 3380 540| 120 1 | <02 2710 630| 120 1 | <02 2710| 840
160 | - - - - | 190 - - - - | 190 | - - - -
) ~70 | 1 <0.2 | 3,580 720 ~70 | 1 <0.2 | 2,860/ 860 | ~70 | 1 <0.2| 2,860 1,150
Hardened die steel
(1234412379 | oy | 120 | 07 | <0.2| 2980 480 120 07 | <02 2390 570| 120 07 | <02| 2390 760
160 | - — - - | 190 - - — - | 190 | - - - -
) ~70 | 1.5 | <0.2|10,900| 3,270 | ~70 | 1.5 | <0.2| 8,750|3,940 | ~70 | 1.5 | <0.2| 8,750| 5,250
Grey %GI\I%dLgaécGa)st iron JCBO1S
Belon 30008 | Hton | 1201 1 | <02 89502150 | 120 | 1 | <02 7,160[2580| 120 | 1 | <02/ 7,160 3,440
160 | 0.7 | <0.2| 8950/1,790| 190 | 0.7 | <0.2| 7,160|2,150| 190 | 0.7 | <0.2| 7,160| 2,870
~70 | 15 |<02] 8950(2,680|~70 | 1.5 | <0.2| 7,160|3,220 | ~70 | 1.5 | <0.2| 7,160| 4,290
Stainless steel JC8015
Below 250HB (DH102) 120 | 1 <0.2 | 8950/ 2,150 | 120 | 1 <0.2| 7,160/ 2,580 | 120 | 1 <0.2| 7,160| 3,440
160 | 0.7 | <0.2| 6960/1,390| 190 | 0.7 | <0.2| 5570/1,670| 190 | 0.7 | <0.2| 5570|2230
~70 | 15 | <02 1,790 430|~70| 1.5 |<0.2| 1,430| 520|~70| 15 | <0.2| 1,430| 690
Titanium alloy | JC8015
(Ti-6A1-4V) (DH102) 120 | 1 <0.2| 1,390, 280 120 | 1 <02 | 1,110, 330 120 | 1 <0.2| 1,110, 440
160 | 0.7 | <0.2| 1,390, 220 190 | 0.7 | <0.2| 1,110, 270| 190 | 0.7 | <0.2| 1,110 360

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

2)
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4)

Use air blow.



Recommended cutting conditions for "YPHW*-15/-F-type inserts" (For side finishing)

// DIJET

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 25/26 25/26/28
No. of teeth 4N No. of teeth 5N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~90 1.5 <0.2 8,280 4,970 ~90 1.5 <0.2 8,280 6,210
oS |, Qs
Below 250HB ((g:HS?S'ZS)) 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
210 0.7 <0.2 5,730 2,290 210 0.7 <0.2 5,730 2,860
) ~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
( 213?:&5?%79) CX75
Bolow 255HB ((JDCH8103§)) 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
210 0.7 <0.2 4,460 1,780 210 0.7 <0.2 4,460 2,230
~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
A3 po0 | Jcs0s
30-36HRC (DH102) 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
210 0.7 <0.2 4,460 1,780 210 0.7 <0.2 4,460 2,230
~90 1.5 <0.2 5,090 2,440 ~90 1.5 <0.2 5,090 3,050
(1’\/‘2??1“}3; |1 ) JC8015
e v} I E 1 <02 | 4460 | 1,780 140 1 <02 | 4460 | 2,230
210 0.7 <0.2 4,460 1,430 210 0.7 <0.2 4,460 1,790
) ~90 1.5 <0.2 2,550 1,020 ~90 1.5 <0.2 2,550 1,280
A amaroas) | Jcsots
“42-59HRC (DH102) 140 1 <0.2 2,160 690 140 1 <0.2 2,160 860
210 - - - - 210 - - - -
) ~90 1 <0.2 2,290 920 ~90 1 <0.2 2,290 1,150
N A 13378
1. , 1.
55.69HRC DH102 140 0.7 <0.2 1,910 610 140 0.7 <0.2 1,910 760
210 - - - - 210 - - - -
) ~90 1.5 <0.2 7,000 4,200 ~90 1.5 <0.2 7,000 5,250
Grey %é\lgd lgaé cGa)st iron 1C8015
Below 300HB | (DH102) 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
210 0.7 <0.2 5,730 2,290 210 0.7 <0.2 5,730 2,860
~90 1.5 <0.2 5,730 3,440 ~90 1.5 <0.2 5,730 4,300
Stainless steel JC8015
Below 250HB (DH102) 140 1 <0.2 5,730 2,750 140 1 <0.2 5,730 3,440
210 0.7 <0.2 4,460 1,780 210 0.7 <0.2 4,460 2,230
~90 1.5 <0.2 1,150 550 ~90 1.5 <0.2 1,150 690
Titanium alloy | JCBOTS 14 4 1 <02 890 360 140 1 <02 890 450
(Ti-6Al-4V) (DH102) : :
210 0.7 <0.2 890 280 210 0.7 <0.2 890 350

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

MQX and MSN type
Tool dia. (mm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
~100 1.5 <0.2 6,470 4,850 ~100 1.5 <0.2 6,470 5,820
o |9
Below 250HB (d)C:?S;S)) 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
210 1 <0.2 4,480 2,240 210 1 <0.2 4,480 2,690
) ~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
(1 25:&5?5'379) CX75
Below 255HB ((JDCI-??(;;)) 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
210 1 <0.2 3,480 1,740 210 1 <0.2 3,480 2,090
~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
( 1M2°3|?1St§§(|3) JC8015
30-36HRC (DH102) 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
210 1 <0.2 3,480 1,740 210 1 <0.2 3,480 2,090
~100 1.5 <0.2 3,980 2,390 ~100 1.5 <0.2 3,980 2,870
(a3 | Jcsons
38-43HRC (DH102) 150 1.2 <0.2 3,480 1,740 150 1.2 <0.2 3,480 2,090
210 1 <0.2 3,480 1,390 210 1 <0.2 3,480 1,670
) ~100 1.5 <0.2 2,000 1,000 ~100 1.5 <0.2 2,000 1,200
Sk 12379 | c8ons
1. , 1.
42-59HRC (DH102) 150 1.2 <0.2 1,690 680 150 1.2 <0.2 1,690 820
210 1 <0.2 1,690 680 210 1 <0.2 1,690 820
) ~100 1 <0.2 1,790 900 ~100 1 <0.2 1,790 1,080
M i 12379
“o5-69HRC DH102 150 0.8 <0.2 1,490 600 150 0.8 <0.2 1,490 720
210 0.7 <0.2 1,490 420 210 0.7 <0.2 1,490 500
) ~100 1.5 <0.2 5,470 4,100 ~100 1.5 <0.2 5,470 4,920
Grey % Nodular ca)st iron JCRO15
GG, GGG
Below 300HB (DH102) 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
210 1 <0.2 4,480 2,240 210 1 <0.2 4,480 2,690
~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
Stainless steel JC8015
Below 250HB (DH102) 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
210 1 <0.2 3,480 1,740 210 1 <0.2 3,480 2,090
~100 1.5 <0.2 900 540 ~100 1.5 <0.2 900 650
oAy | Soo | 150 12 <02 700 350 150 12 <02 700 420
Titanium alloy
210 1 <0.2 700 280 210 1 <0.2 700 340

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Recommended cutting conditions for "YPHW*-15/-F-type inserts" (For side finishing)

MQX and MSN type

/ DIJET

Tool dia. (Mm)
Work materials | Grades 40/42 40
No. of teeth 6N No. of teeth 7N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 1.5 <0.2 5,170 4,650 ~100 1.5 <0.2 5,170 5,420
oG | 9
Below 250HB ((JDCI_BHOS;.S)) 150 1.5 <0.2 5,170 4,650 150 1.5 <0.2 5,170 5,420
210 1 <0.2 3,580 2,580 210 1 <0.2 3,580 3,010
. ~100 1.5 <0.2 3,580 3,220 ~100 1.5 <0.2 3,580 3,760
(1 2?:&5%62%79) CX75
Below 255HB ((JDCI?I?(E)) 150 1.5 <0.2 3,580 3,220 150 1.5 <0.2 3,580 3,760
210 1 <0.2 2,790 2,010 210 1 <0.2 2,790 2,350
~100 1.5 <0.2 3,580 3,220 ~100 1.5 <0.2 3,580 3,760
(1M203|?1St§§é)) JC8015
30-36HRC (DH102) 150 1.5 <0.2 3,580 3,220 150 1.5 <0.2 3,580 3,760
210 1 <0.2 2,790 2,010 210 1 <0.2 2,790 2,350
~100 1.5 <0.2 3,180 2,290 ~100 1.5 <0.2 3,180 2,670
(s | csons
38-43HRC (DH102) 150 1.5 <0.2 3,180 2,290 150 1.5 <0.2 3,180 2,670
210 1 <0.2 2,790 1,670 210 1 <0.2 2,790 1,950
) ~100 1.5 <0.2 1,590 950 ~100 1.5 <0.2 1,590 1,110
S o375 | csots
1. , 1.
42-59HRC (DH102) 150 1.5 <0.2 1,590 950 150 1.5 <0.2 1,350 1,110
210 1 <0.2 1,350 650 210 1 <0.2 1,350 760
. ~100 1 <0.2 1,430 860 ~100 1 <0.2 1,430 1,000
M i 13579)
“55-69HRC DH102 150 1 <0.2 1,430 860 150 1 <0.2 1,430 1,000
210 0.7 <0.2 1,190 570 210 0.7 <0.2 1,190 670
) ~100 1.5 <0.2 4,380 3,940 ~100 1.5 <0.2 4,380 4,600
Grey % Nodular ca)st iron JCBOT5
GG, GGG
Below 300HB (DH102) 150 1.5 <0.2 3,580 3,940 150 1.5 <0.2 3,580 4,600
210 1 <0.2 3,580 2,580 210 1 <0.2 3,580 3,010
~100 1.5 <0.2 3,580 3,220 ~100 1.5 <0.2 3,580 3,760
Stainless steel JC8015
Below 250HB (DH102) 150 1.5 <0.2 3,580 3,220 150 1.5 <0.2 3,580 3,760
210 1 <0.2 2,790 2,010 210 1 <0.2 2,790 2,350
~100 1.5 <0.2 720 520 ~100 1.5 <0.2 720 610
Titanium alloy JC8015
(Ti-6A1-4V) (DH102) 150 1.5 <0.2 560 520 150 1.5 <0.2 560 610
210 1 <0.2 560 340 210 1 <0.2 560 400

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 40
No. of teeth 6N No. of teeth 7N

r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~150 1.5 <0.2 5,170 4,650 ~150 1.5 <0.2 5,170 5,430
Carbonsteel | cx75 200 1.5 <022 5,170 4,650 200 1.5 <02 5,170 5,430
5 0Co8 ocgos) [ 250 | 1 <02 | 358 | 2580 250 | 1 <02 | 358 | 3010
(DH102) 300 0.7 <0.2 3,580 | 2,360 300 0.7 <02 3,580 | 2,750
350 - - - - 350 - - - -
~150 1.5 <022 3,580 3,220 ~150 1.5 <0.2 3,580 3,760
; Zgj&sge%?g) CX75 200 1.5 <0.2 3,580 3,220 200 15 <02 3,580 3,760
Below 255Hp | UC8015) 250 1 <0.2 2,790 2,010 250 1 <0.2 2,790 2,350
(DH102) 300 0.7 <0.2 2,790 1,670 300 0.7 <0.2 2,790 1,950
350 = = = = 350 = = = =
~150 15 <0.2 3,580 3,220 ~150 15 <02 3,580 3,760
(1'\"2"3'?1“5%) 8015 200 15 <0.2 3,580 3,220 200 15 <0.2 3,580 3,760
30.36HRC | (DH102) 250 1 <0.2 2,790 2,010 250 1 <02 2,790 2,350
300 0.7 <02 2,790 1,670 300 0.7 <022 2,790 1,950
350 - - - - 350 - - - -
~150 1.5 <0.2 3,180 2,290 ~150 1.5 <0.2 3,180 2,670
(1M203I?1st§2e%) - 200 1.5 <0.2 3,180 2,290 200 1.5 <0.2 3,180 2,670
36.434RC | (DH102) 250 1 <02 2,790 1,670 250 1 <022 2,790 1,950
300 0.7 <0.2 2,790 1,340 300 0.7 <02 2,790 1,560
350 = = = = 350 = = = =
~150 1.5 <0.2 1,590 950 ~150 1.5 <0.2 1,590 1,110
H?{dze;l&dfizeg?tge)e' Icgots 200 1.5 <02 1,590 950 200 1.5 <022 1,590 1,110
“a25oHRC | (DH10D) 250 1 <02 1,350 650 250 1 <02 1,350 760
300 0.7 <0.2 1,350 650 300 0.7 <0.2 1,350 760
350 - - - - 350 - - - -
~150 1 <02 1,430 860 ~150 1 <022 1,430 1,000
Hardened die steel 200 1 <0.2 1,430 860 200 1 <0.2 1,430 1,000
(1244,12379) | pioz | 250 | 07 <02 | 1,190 570 250 | 07 <02 | 1,190 670
300 0.5 <022 1,190 360 300 0.5 <0.2 1,190 420
350 = = = = 350 = = = =
~150 15 <02 4,380 3,940 ~150 15 <02 4,380 4,600
Grey&Nodulareasieon | | 200 15 <0.2 4,380 3,940 200 1.5 <0.2 4,380 4,600
Below 30048 | (DH102) 250 1 <022 3,580 2,580 250 1 <022 3,580 3,010
300 0.7 <022 3,580 2,150 300 0.7 <022 3,580 2,510
350 — - - - 350 - - - -
~150 15 <0.2 3,580 3,220 ~150 15 <0.2 3,580 3,760
Stainless steel | |cgo1s 200 1.5 <022 3,580 3,220 200 1.5 <0.2 3,580 3,760
Below 250HB | (511105) 250 1 <02 2,790 2,010 250 1 <022 2,790 2,350
300 0.7 <0.2 2,790 1,670 300 0.7 <022 2,790 1,950
350 = = = - 350 = = = -
~150 1.5 <0.2 720 520 ~150 1.5 <0.2 720 610
Ftaniumalloy | JC801s 200 1.5 <02 720 520 200 1.5 <022 720 610
Grearan” | 03 250 1 <02 560 340 250 1 <02 560 400
300 0.7 <0.2 560 270 300 0.7 <0.2 560 320
350 - - - - 350 - - - -

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.



/ DIJET

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing) 9

QXP type (facemill type)

Tool dia. (mm)
Work materials Grades 50 50 / 52
No. of teeth 7N No. of teeth 8N
r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~150 2 <0.2 4,140 4350 | ~150 2 <0.2 4,140 4,970
Carbonsteel | cx75 200 2 <0.2 4,140 4,350 200 2 <0.2 4,140 4,970
Bélc(fv‘jg’(fﬁm (JC8015) 250 2 <02 4,140 4,350 250 2 <02 4,140 4,970
(DH102) 300 15 <02 2,860 | 2,400 300 15 <02 2,860 | 2,740
350 15 <0.2 2,860 2,400 350 15 <0.2 2,860 2,740
~150 2 <0.2 2,860 3,000 | ~150 2 <0.2 2,860 3,430
st | oo 200 2 <0.2 2,860 3,000 200 2 <0.2 2,860 3,430
Below 25eng | UC8015) 250 2 <0.22 2,860 3,000 250 2 <0.22 2,860 3,430
(DH102) 300 1.5 <0.2 2,860 2,400 300 1.5 <0.2 2,860 2,740
350 15 <0.2 2,860 2,400 350 15 <0.2 2,860 2,740
~150 2 <0.2 2,860 3,000 | ~150 2 <0.2 2,860 3,430
Mold steel 200 2 <0.22 2,860 3,000 200 2 <0.22 2,860 3,430
(1.2311, P20) JC8015
30.364RC. | (DH10) 250 2 <0.2 2,860 3,000 250 2 <0.2 2,860 3,430
300 15 <0.2 2,860 2,400 300 15 <0.2 2,860 2,740
350 15 <0.2 2,860 2,400 350 15 <0.2 2,860 2,740
~150 2 <0.2 2,550 2,140 | ~150 2 <0.22 2,550 2,450
Mold steel 200 2 <0.2 2,550 2,140 200 2 <0.2 2,550 2,450
asinean | 80 250 | 2 <02 | 2550 | 2,140 250 | 2 <02 | 2550 | 2,450
300 1.5 <02 2,230 1,560 300 15 <0.2 2,230 1,780
350 1.5 <0.2 2,230 1,560 350 15 <0.2 2,230 1,780
~150 15 <0.2 1,270 890 | ~150 15 <0.2 1,270 1,020
Hardened diesteel| 200 15 <0.2 1,270 890 200 15 <0.2 1,270 1,020
“arsahre | orion 250 15 <0.2 1,270 890 250 15 <0.2 1,270 1,020
300 1.2 <0.22 1,080 600 300 1.2 <0.22 1,080 690
350 1.2 <0.2 1,080 600 350 1.2 <0.2 1,080 690
~150 15 <0.2 1,150 810 | ~150 15 <0.2 1,150 930
Hardened die steel 200 15 <0.2 1,150 810 200 15 <0.2 1,150 930
(1238412379 | poz | 250 | 15 <02 | 1,150 810 250 | 15 <02 | 1,150 930
300 1 <0.2 950 530 300 1 <0.2 950 610
350 1 <0.2 950 530 350 1 <0.2 950 610
~150 2 <0.2 3,500 3680 | ~150 2 <0.2 3,500 4,210
Grey Qhodbrcastion| | 200 2 <0.22 3,500 3,680 200 2 <0.22 3,500 4,210
Below 30048 | (DH102) 250 2 <0.2 3,500 3,680 250 2 <0.2 3,500 4,210
300 15 <0.2 2,860 2,400 300 15 <0.2 2,860 2,740
350 15 <0.2 2,860 2,400 350 15 <0.2 2,860 2,740
~150 2 <0.22 2,860 3,000 | ~150 2 <0.2 2,860 3,430
Stainless steel | caons 200 2 <0.22 2,860 3,000 200 2 <0.2 2,860 3,430
Below 250HB | (o) 250 2 <0.2 2,860 3,000 250 2 <0.2 2,860 3,430
300 1.5 <0.22 2,860 2,400 300 15 <0.2 2,860 2,740
350 15 <0.2 2,860 2,400 350 15 <0.2 2,860 2,740
~150 2 <0.2 570 480 | ~150 2 <0.2 570 550
Ttantumalloy | 1C8015 200 2 <0.2 570 480 200 2 <0.2 570 550
Trenray) | (DH10D) 250 2 <0.2 570 480 250 2 <0.2 570 550
300 15 <0.22 450 320 300 15 <0.2 450 370
350 15 <0.2 450 320 350 15 <0.2 450 370

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW *-15/-F-type inserts" (For side finishing)

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 63/66
No. of teeth 8N

ap de n Vf
(mm) (mm) (mm) (min™) (mm/min)
~200 2 <02 3,290 | 3,950
Carbon steel CX75 250 2 <0.2 3,290 3,950
pos0.Co8 - cgos) | 300 | 2 <02 | 329 | 3950
(DH102) 350 15 <0.2 2270 | 2,180
400 15 <0.2 2270 | 2,180
~200 2 <02 2270 | 2,720
o oesteel | cxrs 250 2 <02 2270 | 2,720
Below 255Hp | UC8015) 300 2 <0.2 2,270 2,720
(DH102) 350 15 <02 | 2270 | 2,180
400 1.5 <02 2270 | 2,180
~200 2 <02 2270 | 2,720
5036HRC. | (DH10) 300 2 <02 2270 | 2,720
350 15 <0.2 2,270 | 2,180
400 15 <0.2 2270 | 2,180
~200 2 <02 2,020 1,940
Mold steel 250 2 <02 2,020 1,940
Uasiean | S0 300 | 2 <02 | 2020 | 1,940
350 15 <02 1,770 1,410
400 15 <02 1,770 1,410
~200 15 <0.2 1,010 810
Hardened die steel 250 15 <0.2 1,010 810
(12343, 1.2879) | K805 [ 300 15 <02 | 1,010 810
350 1.2 <0.2 860 550
400 1.2 <0.2 860 550
~200 15 <02 910 740
Hardened die steel 250 1.5 <0.2 910 740
(1234412579 | pHio2 | 300 | 15 <02 910 740
350 1 <02 750 480
400 1 <02 750 480
~200 2 <02 2,780 | 3,340
GreygModuarcastivon | 250 2 <0.2 2,780 | 3,340
Below 300HB | (DH102 300 2 <02 2,780 | 3,340
350 15 <0.2 2270 | 2,180
400 15 <0.2 2270 | 2,180
~200 2 <02 2270 | 2,720
Stainless steel | |cgo1s 250 2 <02 2270 | 2,720
Below 250HB | (o5 o) 300 2 <02 2270 | 2,720
350 15 <02 2270 | 2,180
400 15 <02 2,270 | 2,180
~200 2 <02 450 440
Titanium alloy | JC8015 250 2 <02 450 440
Troaray) | Orioa) 300 2 <02 450 440
350 15 <0.2 360 300
400 15 <0.2 360 300

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.



Recommended cutting conditions for "YPHW-15-type inserts" (For bottom face finishing)

// DIJET

MQX and MSN type
Tool dia.(mm)
Work materials | Grades 16 /17 20 20/ 21
No. of teeth 2N No. of teeth 3N No. of teeth 4N
ap de Vf r ap de Vf r ap de Vf
(mm) (mm) (mm) (min™) |(mm/min)| (mm) (mm) (mm) (min”) (mm/min)| (mm) (mm) (mm) (min) |(mm/min)
~70 | 02 [8~16|5200 2600|~70| 0.2 |10~20| 4,200 |3,150 | ~70 | 0.2 |10~18| 4,200 | 4,200
o | oo
Bolow 25048 | (OHiow | 120 | 0.2 |8~16/3,900 1,550 | 120 | 02 |10~20|3,200 | 1,950 | 120 | 0.2 |10~18|3,200 | 2,550
160 | 0.2 |8~10/3,400 | 1,200 190 | 02 |10~12]2,700|1,450| 190 | 0.2 |10~12| 2,700 | 1,900
Die stecl ~70 | 02 [8~16|4,700 2,100 | ~70 | 0.2 |10~20| 3,800 | 2,550 | ~70 | 0.2 |10~18| 3,800 | 3,400
(1.2344,1.2379) | CX75 ~ - ~
Beiow 25ens. | (Hton | 120 | 0.2 |8~163,500 | 1,400 | 120 | 02 |10~20| 2,900 | 1,750 | 120 | 0.2 |10~~18| 2,900 | 2,350
160 | 0.2 |8~10/3,000 1,00 | 190 | 0.2 |10~12]2,450|1,300| 190 | 0.2 |10~12| 2,450 | 1,750
~70 | 02 [8~16/4,350 1,750 |~70 | 0.2 |10~20| 3,500 |2,100 | ~70 | 0.2 |10~18| 3,500 | 2,800
Mold steel
(123117200 | prio2 | 120 | 0.2 |8~16|3.250 | 1,200| 120 | 0.2 |10~20 2,650 | 1450 | 120 | 0.2 |10~18| 2,650 | 1,950
160 | 0.2 |8~10/2,750| 950 | 190 | 0.2 |10~12]2,250|1,150| 190 | 0.2 |10~12| 2,250 | 1,500
~70 | 02 [8~16/4,000 960|~70| 0.2 |10~20|3,200 1,150 | ~70 | 0.2 |10~18| 3,200 | 1,500
Mold steel
12311,P20 | pHio2 | 120 | 02 |8~16|3,000| 600 | 120 | 0.2 |10~202400| 720| 120 02 |10~18 2400 960
160 | 0.2 |8~10/2,550| 500 | 190 | 0.2 [10~12/2,050| 600| 190 | 0.2 |10~12| 2,050 | 800
, ~70 | 02 [8~16/2000  400|~70| 02 |10~20| 1,600 | 480|~70 | 0.2 |10~18| 1,600 | 640
Hardened die steel
(12344123790 | pH1o2 | 120 | 02 |8~16/1,600 320| 120 02 |10~20 1,280 | 380| 120 02 |10~18 1,280 510
160 | - - - - | 190 - - - - | 190 - - - -
, ~70 | 02 [8~16|1,400 200|~70| 0.2 |10~20|1,120| 240|~70 | 0.2 |10~18/1,120| 320
Hardened die steel
(12344,1.2379) | p1o2 | 120 | 0.2 |8~16/1,000| 100| 120 | 02 |10~20/ 800| 120| 120 | 0.2 |10~18 800| 160
160 | - - - - | 190 - - - - | 190 - - - -
, ~70 | 02 [8~16|4,000 1,600|~70| 0.2 |10~20|3,180|1,910| ~70 | 0.2 |10~18| 3,180 | 2,540
Grey% Nodular ca)st iron
GG, GGG ~ N ~
Bolow 300us | DH102 | 120 | 0.2 |8~16{3,000| 900 | 120 | 02 |10~20|2390 | 1,080| 120 | 0.2 |10~18| 2,390 | 1,430
160 | 0.2 |8~10/2,600| 520| 190 | 02 |10~12/2,070| 630| 190 | 02 |10~12| 2,070 | 830
~70 | 02 [8~16|3,600 1,080|~70| 0.2 |10~20| 2,860 | 1,290 | ~70 | 0.2 |10~18| 2,860 | 1,720
Stainless steel
Below250HB | DH102 | 120 | 0.2 |8~16|2,600| 620| 120 | 0.2 |[10~20/2,070| 750 120 | 0.2 |10~18| 2,070 | 1,000
160 | 0.2 |8~10/2,000| 400| 190 | 02 [10~12/1,590| 480| 190 | 0.2 |10~12|1,590 | 640
~70 | 02 [8~16/1,000 300|~70| 0.2 |10~20 800| 360|~70 | 0.2 |10~18] 800 | 480
T'E?:"é‘j\rlf‘:\'/')"y DH102 | 120 | 02 |8~16| 600| 120| 120 | 02 [10~20] 480| 150| 120 | 0.2 |10~18| 480| 200
160 | 0.2 |8~10 600| 120| 190 | 02 |10~12| 480| 150| 190 | 02 |10~12| 480 | 200

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW > -F type insert in low feed

conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW ¢ -F/-24 type insert in low feed condition

(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW*-15-type inserts" (For bottom face finishing)

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 25/26 25/26/28
No. of teeth 4N No. of teeth 5N
r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~90 0.2 12.5~25| 3,400 3,400 ~90 0.2 12.5~22 | 3,400 4,250
oSS | oas
Below 250HB (DH102) 140 0.2 12.5~25 2,500 2,000 140 0.2 12.5~22 2,500 2,500
210 0.2 12.5~15 2,200 1,550 210 0.2 12.5~15 2,200 1,900
Die steel ~90 0.2 12.5~25 3,050 2,750 ~90 0.2 12.5~22 3,050 3,400
(1.2344, 1.2379) CX75 ~ N
Below 255HB (DH102) 140 0.2 12.5~25 2,250 1,800 140 0.2 12.5~22 2,250 2,250
210 0.2 12.5~15 2,000 1,400 210 0.2 12.5~15 2,000 1,750
~90 0.2 12.5~25| 2,800 2,250 ~90 0.2 12.5~22 | 2,800 2,800
(1M203|?1St|§§é))
30-36HRC DH102 140 0.2 12.5~25 2,100 1,500 140 0.2 12.5~22 2,100 1,900
210 0.2 12.5~15 1,800 1,200 210 0.2 12.5~15 1,800 1,500
~90 0.2 12.5~25 2,550 1,250 ~90 0.2 12.5~22 2,550 1,500
e
38-43HRC DH102 140 0.2 12.5~25 1,900 750 140 0.2 12.5~22 1,900 950
210 0.2 12.5~15 1,650 650 210 0.2 12.5~15 1,650 850
. ~90 0.2 12.5~25 1,270 510 ~90 0.2 12.5~22 1,270 640
H(ardened die ste)el
1.2344, 1.2379 ~ ~
42-59HRC DH102 140 0.2 12.5~25 1,020 410 140 0.2 12.5~22 1,020 510
210 . - - - 210 . - - -
. ~90 0.2 12.5~25 890 250 ~90 0.2 12.5~22 890 310
i 12579
“55-69HRC DH102 140 0.2 12.5~25 640 130 140 0.2 12.5~22 640 160
210 - - - - 210 - - - -
) ~90 0.2 12.5~25| 2,550 2,040 ~90 0.2 12.5~22 | 2,550 2,550
Grey%NoduIarca)st iron
GG, GGG ~ ~
Below 300HB DH102 140 0.2 12.5~25 1,910 1,150 140 0.2 12.5~22 1,910 1,440
210 0.2 12.5~15 1,660 660 210 0.2 12.5~15 1,660 820
Stainless steel ~90 0.2 12.5~25 2,290 1,370 ~90 0.2 12.5~22 2,290 1,710
Below 250HB
DH102 140 0.2 12.5~25 1,660 800 140 0.2 12.5~22 1,660 1,000
210 0.2 12.5~15 1,270 510 210 0.2 12.5~15 1,270 640
~90 0.2 12.5~25 640 380 ~90 0.2 12.5~22 640 480
Titanium alloy ~ ~
(Ti-6A1-4V) DH102 140 0.2 12.5~25 380 150 140 0.2 12.5~22 380 190
210 0.2 12.5~15 380 150 210 0.2 12.5~15 380 190

2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW 3 -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "YPHW>-15-type inserts" (For bottom face finishing)

// DIJET

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r ap de n Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 0.2 16~32 2,650 3,300 ~100 0.2 16~30 2,650 3,950
TS | oos
Below 250HB (DH102) 150 0.2 16~32 2,650 3,300 150 0.2 16~30 2,650 3,950
210 0.2 16~32 2,000 2,000 210 0.2 16~30 2,000 2,400
. ~100 0.2 16~32 2,400 2,700 ~100 0.2 16~30 2,400 3,200
(1 2?:&5:‘95;79) CX75
Below 255HB (DH102) 150 0.2 16~32 2,400 2,700 150 0.2 16~30 2,400 3,200
210 0.2 16~32 1,800 1,800 210 0.2 16~30 1,800 2,150
~100 0.2 16~32 2,200 2,200 ~100 0.2 16~30 2,200 2,600
(1Mzc_)?,|?15t§26(|))
30-36HRC DH102 150 0.2 16~32 2,200 2,200 150 0.2 16~30 2,200 2,600
210 0.2 16~32 1,650 1,500 210 0.2 16~30 1,650 1,800
~100 0.2 16~32 2,000 1,200 ~100 0.2 16~30 2,000 1,450
(1M203|?1St§2e |1 )
38-43HRC DH102 150 0.2 16~32 2,000 1,200 150 0.2 16~30 2,000 1,450
210 0.2 16~32 1,500 750 210 0.2 16~30 1,500 900
. ~100 0.2 16~32 1,000 500 ~100 0.2 16~30 1,000 600
St 13579,
“42-59HRC DH102 150 0.2 16~32 1,000 500 150 0.2 16~30 1,000 600
210 0.2 16~20 800 400 210 0.2 16~20 800 480
. ~100 0.2 16~32 700 250 ~100 0.2 16~30 700 300
H(ardened die ste)el
1.2344,1.2379 ~ ~
55-69HRC DH102 150 0.2 16~32 700 250 150 0.2 16~30 700 300
210 0.2 16~20 500 130 210 0.2 16~20 500 160
) ~100 0.2 16~32 1,990 1,990 ~100 0.2 16~30 1,990 2,390
Grey %é\lgd Lgaé cGast iron
Below 300HB DH102 150 0.2 16~32 1,990 1,990 150 0.2 16~30 1,990 2,390
210 0.2 16~32 1,490 1,120 210 0.2 16~30 1,490 1,340
~100 0.2 16~32 1,790 1,340 ~100 0.2 16~30 1,790 1,610
Stainless steel
Below 250HB DH102 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610
210 0.2 16~32 1,290 770 210 0.2 16~30 1,290 920
~100 0.2 16~32 500 380 ~100 0.2 16~30 500 460
Titanium alloy
(Ti-6Al-4V) DH102 150 0.2 16~32 500 380 150 0.2 16~30 500 460
210 0.2 16~20 300 150 210 0.2 16~20 300 180

2 :Overhung length, ap:Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW * -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW>-15-type inserts" (For bottom face finishing) 9
MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 40/42 40
No. of teeth 6N No. of teeth 7N
r ap de n Vf r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 0.2 20~40 2,100 3,150 ~100 0.2 20~38 2,100 3,650
oSS | oo
Below 250HB | (DH102) 150 0.2 20~40 2,100 3,150 150 0.2 20~38 2,100 3,650
210 0.2 20~40 1,570 1,900 210 0.2 20~38 1,570 2,200
) ~100 0.2 20~40 1,890 2,850 ~100 0.2 20~38 1,890 3,300
(1 2'33:&55626;79) CX75
Below 255HB | (DH102) 150 0.2 20~40 1,890 2,850 150 0.2 20~38 1,890 3,300
210 0.2 20~40 1,410 1,700 210 0.2 20~38 1,410 2,000
~100 0.2 20~40 1,750 2,100 ~100 0.2 20~38 1,750 2,450
(1M2(3|?1St§2eg)
30-36HRC DH102 150 0.2 20~40 1,750 2,100 150 0.2 20~38 1,750 2,450
210 0.2 20~40 1,300 1,400 210 0.2 20~38 1,300 1,650
~100 0.2 20~40 1,600 1,150 ~100 0.2 20~38 1,600 1,350
(311 b3
38.430RC DH102 150 0.2 20~40 1,600 1,150 150 0.2 20~38 1,600 1,350
210 0.2 20~40 1,200 720 210 0.2 20~38 1,200 840
) ~100 0.2 20~40 800 480 ~100 0.2 20~38 800 560
it 13579,
1. | ~ ~
42-59HRC DH102 150 0.2 20~40 800 480 150 0.2 20~38 800 560
210 0.2 20~40 640 380 210 0.2 20~38 640 440
) ~100 0.2 20~40 560 240 ~100 0.2 20~38 560 280
M aa 12375
“55-69HRC DH102 150 0.2 20~40 560 240 150 0.2 20~38 560 280
210 0.2 20~40 400 120 210 0.2 20~38 400 140
) ~100 0.2 20~40 1,590 1,910 ~100 0.2 20~38 1,590 2,230
Grey%NoduIar ca)st iron
GG, GGG ~ ~
Below 300HB DH102 150 0.2 20~40 1,590 1,910 150 0.2 20~38 1,590 2,230
210 0.2 20~40 1,190 1,070 210 0.2 20~38 1,190 1,250
~100 0.2 20~40 1,430 1,290 ~100 0.2 20~38 1,430 1,500
Stainless steel
Below 250HB DH102 150 0.2 20~40 1,430 1,290 150 0.2 20~38 1,430 1,500
210 0.2 20~40 1,030 740 210 0.2 20~38 1,030 870
~100 0.2 20~40 400 360 ~100 0.2 20~38 400 420
Titanium alloy
(Ti-6Al-4V) DH102 150 0.2 20~40 400 360 150 0.2 20~38 400 420
210 0.2 20~40 240 140 210 0.2 20~38 240 170

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%. And when using YPHW > -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "YPHW*-15-type inserts" (For bottom face finishing)

QXP type (facemill type)

// DIJET

Tool dia. (Mm)
Work materials | Grades 40

No. of teeth 6N No. of teeth 7N
ap de n Ve ap de Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~150 | 0.2 | 20~40 | 2,100 | 3,150 | ~150 | 02 | 20~38 | 2,100 | 3,680
Carbon steel 200 | 02 | 20~40 | 2,100 | 3,150 200 | 02 | 20~38 | 2,100 | 3,680
s oo Lomey| 250 | 02 | 20~40 | 1,570 | 1,89% 250 | 02 | 20~38 | 1,570 | 2,200
300 | 02 | 20~22 | 1360 | 1,640 300 | 02 | 20~22 | 1360 | 1,900
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 1,890 | 2830 | ~150 | 0.2 | 20~38 | 1,890 | 3,300
o Desteel | 200 | 02 | 20~40 | 1,890 | 2,830 200 | 02 | 20~38 | 1,890 | 3,300
boon 25t | Omion | 250 | 02 | 20~40 | 1410 | 1,700 250 | 02 | 20~38 | 1,410 | 1,980
300 | 02 | 20~22 | 1220 | 1,470 300 | 02 | 20~22 | 1220 | 1,710
350 - - = = 350 - - = =
~150 | 02 | 20~40 | 1,750 | 2100 | ~150 | 0.2 | 20~38 | 1,750 | 2450
Mold steel 200 | 02 | 20~40 | 1,750 | 2,100 200 | 02 | 20~38 | 1,750 | 2,450
02311020 | phio2 | 250 | 02 | 20~40 | 1,300 | 1,400 250 | 02 | 20~38 | 15300 | 1,650
300 | 02 | 20~22 | 1,150 | 1,150 300 | 02 | 20~22 | 1,150 | 1,350
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 1,600 | 1,150 | ~150 | 0.2 | 20~38 | 1,600 | 1,350
Mold steel 200 | 02 | 20~40 | 1,600 | 1,150 200 | 02 | 20~38 | 1,600 | 1,350
12311P20 | pioa | 250 02 | 20~40 | 1,200 720 250 02 | 20~38 | 1,200 840

38-43HRC : . : ,
300 | 02 | 20~22 | 1,050 630 300 | 02 | 20~22 | 1,050 740
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 800 480 | ~150 | 02 | 20~38 | 800 560
Hardened die steel 200 | 02 | 20~40 | 800 480 200 | 02 | 20~38 | 800 560
(1234412379 | piioz | 250 | 02 | 20~40 | 640 380 250 | 02 | 20~38 | 640 440
300 | 02 | 20~22 | 400 120 300 | 02 | 20~22 | 400 140
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 560 240 | ~150 | 02 | 20~38 | 560 280
Hardened die steel 200 | 02 | 20~40 | 560 240 200 | 02 | 20~38 | 560 280
(1234412379 | bz | 250 | 02 | 20~40 | 400 120 250 | 02 | 20~38 | 400 140
300 | 02 | 20~22 | 400 120 300 | 02 | 20~22 | 400 140
350 - - = - 350 - - = -
~150 | 02 | 20~40 | 1590 | 1,910 | ~150 | 0.2 | 20~38 | 1,590 | 2,230
Grey & Nodular astiron 200 | 02 | 20~40 | 159 | 1,910 200 | 02 | 20~38 | 159 | 2,230
5 SGCCO  bHI2 | 250 | 02 | 20~40 | 1,190 | 1,070 250 | 02 | 20~38 | 1,190 | 1,250
300 | 02 | 20~22 | 1,030 620 300 | 02 | 20~22 | 1,030 720
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 1430 | 1,290 | ~150 | 02 | 20~38 | 1,430 | 1,500
S — 200 | 02 | 20~40 | 1430 | 1,290 200 | 02 | 20~38 | 1,430 | 1,500
Below250HB | DH102 | 250 | 02 | 20~40 | 1,030 740 250 | 02 | 20~38 | 1,030 870
300 | 02 | 20~22 | 800 480 300 | 02 | 20~22 | 800 560
350 - - - - 350 - - - -
~150 | 02 | 20~40 | 400 360 | ~150 | 02 | 20~38 | 400 420
Ttanium alloy 200 | 02 | 20~40 | 400 360 200 | 02 | 20~38 | 400 420
(Tr6Alav) | DHI02 | 250 | 0.2 | 20~40 | 240 140 250 | 02 | 20~22 | 240 160
300 | 02 | 20~22 | 240 140 300 | 02 | 20~22 | 240 160
350 - - - - 350 - - - -

£ :Overhung length, ap:Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW 3¢ -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW*-15-type inserts" (For bottom face finishing)

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 50 50/52
No. of teeth 7N No. of teeth 8N
r ap de n Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~150 | 0.2 | 25~50 | 1,700 | 2970 | ~150 | 02 | 25~48 | 1,700 | 3,390
Carbon steel 200 | 02 | 25~50 | 1,700 | 2,970 200 | 02 | 25~48 | 1,700 | 3,390
poon e oy | 250 | 02 | 25~50 | 1,700 | 2,700 250 | 02 | 25~48 | 1,700 | 3,080
300 | 02 | 25~50 | 1,280 | 1,790 300 | 02 | 25~48 | 1,280 | 2,040
350 | 02 | 25~28 | 1280 | 1,790 35 | 02 | 25~28 | 1280 | 2,040
~150 | 02 | 25~50 | 1,530 | 2,670 | ~150 | 02 | 25~48 | 1,530 | 3,050
Gesteel | 1200 | 02 | 25~50 | 1530 | 2670 200 | 02 | 25~48 | 1530 | 3,050
boomaiais, | ooyl 250 | 02 | 25~50 | 1,530 | 2430 250 | 02 | 25~48 | 1530 | 2,770
300 | 02 | 25~50 | 1,150 | 1,600 300 | 02 | 25~48 | 1,150 | 1,830
350 | 02 | 25~28 | 1,50 | 1,600 350 | 02 | 25~28 | 1,150 | 1,830
~150 | 02 | 25~50 | 1400 | 1950 | ~150 | 02 | 25~48 | 1,400 | 2,200
Mold steel 200 | 02 | 25~50 | 1,400 | 1,950 200 | 02 | 25~48 | 1400 | 2,200
(12311220 | po2 | 250 | 02 | 25~50 | 1,400 | 1,750 250 | 02 | 25~48 | 1400 | 2,000
300 | 02 | 25~50 | 1,050 | 1,250 300 | 02 | 25~48 | 1,050 | 1,400
350 | 02 | 25~28 | 1,050 | 1,250 350 | 02 | 25~28 | 1,050 | 1,400
~150 | 02 | 25~50 | 1,250 | 1,050 | ~150 | 02 | 25~48 | 1,250 | 1,200
Mold steel 200 | 02 | 25~50 | 1,250 | 1,050 200 | 02 | 25~48 | 1,250 | 1,200
12311220 | pio2 | 250 | 02 | 25~50 | 1,250 880 250 | 02 | 25~48 | 1,250 | 1,000
300 | 02 | 25~50 | 950 660 300 | 02 | 25~48 | 950 750
350 | 02 | 25~28 | 950 660 350 | 02 | 25~28 | 950 750
~150 | 02 | 25~50 | 510 360 | ~150 | 02 | 25~48 | 510 410
Hardened die steel 200 | 02 | 25~50 | 510 360 200 | 02 | 25~48 | 510 410
(1234412379 | ooz | 250 | 02 | 25~50 | 510 340 250 | 02 | 25~48 | 510 390
300 | 02 | 25~50 | 380 270 300 | 02 | 25~48 | 380 310
35 | 02 | 25~28 | 380 270 350 | 02 | 25~28 380 310
~150 | 02 | 25~50 | 380 190 | ~150 | 02 | 25~48 | 380 220
Hardened die steel 200 | 02 | 25~50 | 380 190 200 | 02 | 25~48 | 380 220
(1238412379 | pioz | 250 | 02 | 25~50 | 380 160 250 | 02 | 25~48 | 380 180
300 | 02 | 25~50 | 320 130 300 | 02 | 25~48 | 320 150
350 | 02 | 25~28 | 320 130 35 | 02 | 25~28 | 320 150
~150 | 02 | 25~50 | 1270 | 1,780 | ~150 | 02 | 25~48 | 1270 | 2,030
Grey & Nodulr castron 200 | 02 | 25~50 | 1270 | 1,780 200 | 02 | 25~48 | 1270 | 2,030
pSGCCO b2 | 250 | 02 | 25~50 | 1,270 | 1,560 250 | 02 | 25~48 | 1,270 | 1,780
300 | 02 | 25~50 | 950 | 1,000 300 | 02 | 25~48 | 950 | 1,140
350 | 02 | 25~28 | 950 | 1,000 350 | 02 | 25~28 | 950 | 1,140
~150 | 02 | 25~50 | 1,150 | 1210 | ~150 | 02 | 25~48 | 1,150 | 1,380
R— 200 | 02 | 25~50 | 1,150 | 1,210 200 | 02 | 25~48 | 1,150 | 1,380
Below250HB | DH102 | 250 | 0.2 | 25~50 | 1,50 | 1,090 250 | 02 | 25~48 | 1,150 | 1,250
300 | 02 | 25~50 | 830 700 300 | 02 | 25~48 | 830 800
350 | 02 | 25~28 | 830 700 350 | 02 | 25~28 | 830 800
~150 | 02 | 25~50 | 320 340 | ~150 | 02 | 25~48 | 320 390
o 200 | 02 | 25~50 | 320 340 200 | 02 | 25~48 | 320 390
itanium alloy
Greaan. | DHI2 | 250 | 02 | 25~50 | 320 300 250 | 02 | 25~48 | 320 340
300 | 02 | 25~50 | 190 160 300 | 02 | 25~48 | 190 180
350 | 02 | 25~28 | 190 160 350 | 02 | 25~28 | 190 180

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and
Feed speed Vf to 40-60%.And when using YPHW > -F/-24 type insert in low feed condition
(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "YPHW-15-type inserts" (For bottom face finishing)

QXP type (facemill type)

// DIJET

Tool dia.(mm)
Work materials | Grades 63/66
No. of teeth 8N
r ap ae n Vf
(mm) (mm) (mm) (min™) (mm/min)
~200 0.2 31~63 1,350 2,700
Cflcrls)gncsétg)el x5 250 0.2 31~63 1,350 2,700
Below 25048 | Oron | 300 02 | 31~63 | 1,350 | 2450
350 0.2 31~63 1,020 1,630
400 0.2 31~35 1,020 1,630
~200 0.2 31~63 1,210 2,420
( Die steel ) X5 250 0.2 31~63 1,210 2,420
b e | omon |_300 02 | 31~63 | 1210 | 2190
350 0.2 31~63 910 1,450
400 0.2 31~35 910 1,450
~200 0.2 31~63 1,110 1,750
(1’V|2°;?15t§§é) 250 0.2 31~63 1,110 1,750
S5 36bRe. | DH102 300 02 [ 31~63 | 1,110 | 1,580
350 0.2 31~63 830 1,110
400 0.2 31~35 830 1,110
~200 0.2 Blllas68 1,000 960
Mold steel 250 0.2 31~63 1,000 960
B g 300 0.2 31~63 | 1,000 800
38-43HRC . ,
350 0.2 31~63 750 590
400 0.2 Blllaa35 750 590
~200 0.2 31~63 400 320
H?rdened die ste)el 250 0.2 31~63 400 320
1.2344,1.2379
aotind” | DH102 300 02 | 31~63 400 300
350 0.2 31~63 300 250
400 0.2 31~35 300 250
~200 0.2 31~63 300 170
H(ardened die Ste)el 250 0.2 31~63 300 170
1.2344,1.2379
e | B 300 02 | 31~63 300 140
350 0.2 31~63 250 120
400 0.2 31~35 250 120
~200 0.2 31~63 1,000 1,600
Grey & Nodular cast ron 250 0.2 31~63 | 1,000 1,600
(66,660 | pigy 300 02 | 31~63 | 1,000 | 1,400
Below 300HB : ! !
350 0.2 31~63 750 900
400 0.2 31~35 750 900
~200 0.2 J~=E3 910 1,090
Stainless steel 250 0.2 31~63 910 1,090
Below 250HB DH102 300 0.2 31~63 910 990
350 0.2 31~63 660 640
400 0.2 Bllle35 660 640
~200 0.2 31~63 250 300
Titani 250 0.2 31~63 250 300
itanium alloy
(Ti-6Al-4V) DH102 300 0.2 31~63 250 270
350 0.2 31~63 150 140
400 0.2 31~35 150 140

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) In case that vibration prevents good surface roughness, recommend to use YPHW * -F type insert in low feed
conditions. In case of low feed conditions, reduce Spindle speed n to 70-80% of the above data, and

Feed speed Vf to 40-60%.And when using YPHW > -F/-24 type insert in low feed condition

(for bottom face finishing), please scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 16/17
No. of teeth 2N
ap de Vf
(mm) (mm) (mm) (min™) (mm/min)
~70 04 <7 4,400 2,200
Mold steel 1C8015
Wi p2n | Bl 120 | 03 <7 | 4400 | 2200
160 0.2 <7 4,400 2,200
~70 0.25 <7 3,200 1,600
Hardened die steel e
02344 12379) | SO 120 0.2 <7 3200 | 1,600
160 - - - -
~70 0.2 <6 2,000 800
H(ardened die ste)el
1.2344,1.2379
55.62HRC DH102 120 0.15 <6 2,000 800
160 - - - -
Tool dia. (Mm)
Work materials | Grades 20 20/21
No. of teeth 3N No. of teeth 4N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~70 04 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
Mold steel 1C8015
“ﬁéi’ﬁizc” omon| 120 03 <9 3500 | 2,600 120 03 <9 3500 | 3,500
190 0.2 <9 3,500 2,600 190 0.2 <9 3,500 3,500
~70 0.25 <9 2,550 1,900 ~70 0.25 <9 2,550 2,550
H?rdened die ste)el [
1.2344,1.2379
49-59HRC (DH102) 120 0.2 <9 2,550 1,900 120 0.2 <9 2,550 2,550
190 - - - - 190 - - - -
~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
H?rdened die ste)el
1.2344,1.2379
5 6aHRC DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
190 - - - - 190 - - - -

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



/ DIJET

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 25/26 25/26/28
No. of teeth 4N No. of teeth 5N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~90 0.4 <10 2,800 2,800 ~90 0.4 <10 2,800 3,500
( Mold steel ) 1C8015
1.2311,P21
38-43HRC (DH102) 140 0.3 <10 2,800 2,800 140 0.3 <10 2,800 3,500
210 0.2 <10 2,800 2,800 210 0.2 <10 2,800 3,500
~90 0.25 <10 2,040 2,040 ~90 0.25 <10 2,040 2,550
H?rdened die ste)el e
1.2344,1.2379.
42-59HRC (DH102) 140 0.2 <10 2,040 2,040 140 0.2 <10 2,040 2,550
210 — - — — 210 — - = =
~90 0.2 <8 1,270 1,020 ~90 0.2 <8 1,270 1,360
H?rdened die ste)el
1.2344,1.2379.
55.69HRC DH102 140 0.15 <8 1,270 1,020 140 0.15 <8 1,270 1,360
210 - - - - 210 - - - -
Tool dia. (Mmm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r ap de Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 0.4 <13 2,200 2,750 ~100 0.4 <13 2,200 3,300
( Mold steel ) 1C8015
1.2311,P21
38-43HRC (DH102) 150 0.3 <13 2,200 2,750 150 0.3 <13 2,200 3,300
210 0.2 <13 2,200 2,750 210 0.2 <13 2,200 3,300
~100 0.25 <13 1,600 2,000 ~100 0.25 <13 1,600 2,400
H?rdened die ste)el [
1.2344,1.2379
42-59HRC (DH102) 150 0.2 <13 1,600 2,000 150 0.2 <13 1,600 2,400
210 0.15 <13 1,600 2,000 210 0.15 <13 1,600 2,400
~100 0.2 <10 1,000 1,000 ~100 0.2 <10 1,000 1,200
H?rdened die ste)el
1.2344,1.2379.
55-69HRC DH102 150 0.15 <10 1,000 1,000 150 0.15 <10 1,000 1,200
210 0.1 <10 1,000 1,000 210 0.1 <10 1,000 1,200

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4)

Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling) 9
MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 40/42 40
No. of teeth 6N No. of teeth 7N
ap ae n Vf r ap ae n Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~100 0.4 <17 1,750 2,620 ~100 0.4 <17 1,750 3,060
(Mold steel ) 1C8015
1.2311, P21
38-43HRC (DH102) 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
210 0.2 <17 1,750 2,620 210 0.2 <17 1,750 3,060
~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220

Hardened die steel

(1234012379 | 805|150 | 02 <17 | 1270 | 1900 150 | 02 <17 | 1270 | 2220

210 0.15 <17 1,270 1,900 210 0.15 <17 1,270 2,220
~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
H(ardened die ste)el
1.2344,1.2379
55.69HRC DH102 150 0.15 <13 800 960 150 0.15 <13 800 1,120
210 0.1 <13 800 960 210 0.1 <13 800 1,120

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.



/ DIJET

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QXP type (facemill type)

Tool dia. (mm)
Work materials | Grades 40 40
No. of teeth 6N No. of teeth 7N
r ap de Vt r ap de Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
~100 0.4 <17 1,750 2,620 ~100 04 <17 1,750 3,060
(1N|203|?1St§§|1) 1C8015 150 0.3 <17 1,750 2,620 150 0.3 <17 1,750 3,060
3843HRC (DH102) 200 0.2 <17 1,750 2,620 200 0.2 <17 1,750 3,060
250 0.15 <17 1,750 2,620 250 0.15 <17 1,750 3,060
300 - - - - 300 - - - -
~100 0.25 <17 1,270 1,900 ~100 0.25 <17 1,270 2,220
Hardz%rﬁdfizea;tge)el s 150 0.2 <17 1,270 1,900 150 0.2 <17 1,270 2,220
“42-59HRC (DH102) 200 0.15 <17 1,270 1,900 200 0.15 <17 1,270 2,220
250 0.1 <17 1,270 1,900 250 0.1 <17 1,270 2,220
300 - - - - 300 - - - -
~100 0.2 <13 800 960 ~100 0.2 <13 800 1,120
Hardened die steel 150 0.15 <13 800 960 150 0.15 <13 800 1,120
0123441379 | puioa | 200 | 0.1 <13 800 960 200 | 0.1 <13 800 | 1,120
250 - - - - 250 - - - -
300 - - - - 300 - - - -
Tool dia.(mm)
Work materials | Grades 50 50/52
No. of teeth 7N No. of teeth 8N
r ap de Vt r ap de Vf
(mm) (mm) (mm) (min") (mm/min) (mm) (mm) (mm) (min™") (mm/min)
~150 0.4 <21 1,400 2,450 ~150 04 <21 1,400 2,800
Mold steel 200 0.3 <21 1,400 2,450 200 0.3 <21 1,400 2,800
(.2311,P21) | JCBO1S 7, 5 <21 1,400 | 2,450 250 | 0.2 <21 1,400 | 2,800
38-43HRC (DH102) L L ! u
300 0.15 <21 1,400 2,450 300 0.15 <21 1,400 2,800
350 - - - - 350 - - - -
~150 0.25 <21 1,020 1,780 ~150 0.25 <21 1,020 2,040
H?1rdz§rjlid1di2e3;t9e)el e 200 0.2 <21 1,020 1,780 200 0.2 <21 1,020 2,040
“42-59HRC (DH102) 250 0.15 <21 1,020 1,780 250 0.15 <21 1,020 2,040
300 0.1 <21 1,020 1,780 300 0.1 <21 1,020 2,040
350 - - - - 350 - - - -
~150 0.2 <17 640 900 ~150 0.2 <17 640 1,030
Hardened die steel 200 0.15 <17 640 900 200 0.15 <17 640 1,030
01234412379 | puioa | 250 | 0.1 <17 640 900 250 | 0.1 <17 640 | 1,030
300 - - - - 300 - - - -
350 - - - - 350 - - - -

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW100320ZER-24-type inserts" (For contouring milling)

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 63/66
No. of teeth 8N
r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min)
~150 0.4 <26 1,110 2,220
(Mch’,ld St§26| | 18015 200 0.4 <26 1,110 2,220
1.2311,P21
38-43HRC (DH102) 250 0.3 <26 1,110 2,220
300 0.2 <26 1,110 2,220
350 0.15 <26 1,110 2,220
~150 0.25 <26 810 1,620
H:(ardened die ste)el e 200 0.25 <26 810 1,620
1.2344,1.2379
42-59HRC (DH102) 250 0.2 <26 810 1,620
300 0.15 <26 810 1,620
350 0.1 <26 810 1,620
~150 0.2 <21 500 800
H(ardened die ste)el 200 0.2 <21 500 800
1.2344,1.2379
55 62HRC DH102 250 0.15 <21 500 800
300 0.1 <21 500 800
350 - - - -

£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.

2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.



Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

// DIJET

(6]

MQX and MSN type
Tool dia.(mm)
Work materials | Grades 16/17 20
No. of teeth 2N No. of teeth 3N
r ap de n Vf r dap de n Vt
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~80 =12 <0.1 8,950 1,430 ~100 =12 <0.1 7,160 1,720
Hardened die steel
(12344 12379) | jgnz05| 120 | <10 | <01 7,960 | 1,110 150 | <10 | <01 | 6370 | 1340
42-52HRC
160 - - - - 190 - - - -
~80 =1.0 <0.1 7,960 1,270 ~100 =1.0 <0.1 6,370 1,530
Hardened die steel
0234412379 | jgnos| 120 | <08 | <01 | 5970 | 720 150 | <08 | <01 | 4770 860
160 - - - - 190 - - - -
~80 =15 <0.1 14,900 4,020 ~100 =15 <0.1 11,900 4,820
Grey(cas§ iron
GG
Below 300HB JBN795 120 =1.0 <0.1 14,900 3,580 150 =1.0 <0.1 11,900 4,280
160 =07 <0.1 14,900 2,980 190 =07 <0.1 11,900 3,570
~80 =15 <0.1 13,900 3,750 ~100 =1.5 <0.1 11,100 4,500
Nodul(ar ca)st iron
GGG < <
Below 300HB JBN795 120 =1.0 <0.1 13,900 3,340 150 =1.0 <0.1 11,100 4,000
160 =07 <0.1 13,900 2,780 190 =07 <0.1 11,100 3,330
Tool dia. (Mm)
Work materials | Grades 20/ 21
No. of teeth 4N
r p de n Vf
(mm) (mm) (mm) (min™) (mm/min)
~100 <12 <0.1 7,160 2,290
H?rdened die ste)el
1.2344,1.2379 <
22-59HRC JBN795 150 =1.0 <0.1 6,370 1,780
190 - - - -
~100 =1.0 <0.1 6,370 2,040
H?rdened die ste)el
1.2344,1.2379 <
55-69HRC JBN795 150 =0.8 <0.1 4,770 1,140
190 - - -
~100 =15 <o0.1 11,900 6,430
Grey(cas§ iron
GG <
Below 300HB JBN795 150 =1.0 <0.1 11,900 5,710
190 =07 <0.1 11,900 4,760
~100 =15 <0.1 11,100 6,000
Nodul(ar caft iron
GGG <
Below 300HB JBN795 150 =1.0 <0.1 11,100 5,330
190 =07 <o0.1 11,100 4,440

£ :Overhung length, ap:Axial depth of cut, de: Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using YPHW < -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

MQX and MSN type
Tool dia. (MmM)
Work materials | Grades 25/26 25/26/28
No. of teeth 4N No. of teeth 5N
r p de n Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~120 =12 <0.1 5,730 1,830 ~120 =12 <0.1 5,730 2,290
Hardened die steel
(1234412379 | jgnzos | 190 | =10 | <01 | 5090 | 1,430 190 | =10 | <01 | 5090 | 1,780
235 - - - - 235 - - - -
~120 =<1.0 <0.1 5,090 1,630 ~120 <1.0 <0.1 5,090 2,040
Hardened die steel
L .253’5‘}‘6"21@279) BN795| 190 | =08 | <01 | 3,820 920 190 | =08 | <01 | 3820 | 1,150
235 = = = = 235 = = = =
~120 =15 <0.1 9,550 5,160 ~120 =15 <0.1 9,550 6,450
Grey cast iron
8 (GG) JBN795 190 =10 <0.1 9,550 4,580 190 =<1.0 <0.1 9,550 5,730
elow 300HB
235 =0.7 <0.1 9,550 3,820 235 =07 <0.1 9,550 4,780
~120 <15 <0.1 8,910 4810 ~120 <15 <0.1 8,910 6,010
Nodu{ar ca;;t iron
GGG < <
Below 300HB | JBN795 190 =10 <0.1 8,910 4,280 190 <1.0 <0.1 8,910 5,350
235 =07 <0.1 8,910 3,560 235 =07 <0.1 8,910 4,460
Tool dia.(mm)
Work materials | Grades 30/32/35 32/35
No. of teeth 5N No. of teeth 6N
r p de n Vf r ap de Vf
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~160 =12 <0.1 4,480 1,790 ~160 =12 <0.1 4,480 2,150
Hardened die steel
( ~2432‘f‘5"2li§3c'79) BN795| 240 | =10 | <01 | 3980 | 1,39 240 | =10 | <01 | 398 | 1670
290 - - - - 290 - - - -
~160 =1.0 <0.1 3,980 1,590 ~160 =1.0 <0.1 3,980 1,910
Hardened die steel
L .2535[}2'21&?%279) BN795| 240 | =08 | <01 | 2980 900 240 | =08 | <01 | 2980 | 1,070
290 = = = = 290 = = = =
~160 <15 <0.1 7,460 5,040 ~160 <15 <0.1 7,460 6,040
Grey cast iron
8 (Ga) JBN795 240 =10 <0.1 7,460 4,480 240 =10 <0.1 7,460 5,370
elow 300HB
290 =07 <0.1 7,460 3,730 290 <07 <0.1 7,460 4,480
~160 =15 <0.1 6,960 4,700 ~160 =15 <0.1 6,960 5,640
Nodular cast iron
5o O BN795 | 240 | =10 | <01 | 6960 | 4,180 240 | <10 | <01 | 6960 | 5010
elow 300HB
290 <07 <0.1 6,960 3,480 290 <07 <0.1 6,960 4,180

2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using YPHW < -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.



Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

// DIJET

(6]

MQX and MSN type
Tool dia. (Mm)
Work materials | Grades 40/ 42 40
No. of teeth 6N No. of teeth 7N
r ap de Vt r ap de Vt
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min) (mm/min)
~160 <12 <0.1 3,580 1,720 ~160 =12 <0.1 3,580 2,000
Hardened die steel
0234412379 | jgnzos | 240 | =10 | <01 | 3,180 | 1,340 240 | <10 | <01 | 3180 | 1560
290 - - - - 290 - - - -
~160 =10 <0.1 3,180 1,530 ~160 =10 <0.1 3,180 1,780
Hardened die steel
WB4ABTO) | jgnzos | 240 | 08 | <01 | 2390 860 240 | <08 | <01 | 2390 | 1,000
290 = = = 290 = = = =
~160 =15 <0.1 5,970 4,840 ~160 =15 <0.1 5,970 5,640
Grey cast iron
B (GG) JBN795 240 =1.0 <0.1 5,970 4,300 240 =1.0 <0.1 5,970 5,010
elow 300HB
290 =07 <0.1 5,970 3,580 290 =07 <0.1 5,970 4,180
~160 <15 <0.1 5,570 4,510 ~160 <15 <0.1 5,570 5,260
Nodul(ar caft iron
GGG < <
Below 300HB JBN795 240 =1.0 <0.1 5,570 4,010 240 =1.0 <0.1 5,570 4,680
290 =07 <0.1 5,570 3,340 290 =07 <0.1 5,570 3,900

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using YPHW  -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing)

QXP type (facemill type)

Tool dia.(mm)
Work materials | Grades 40
No. of teeth 6N No. of teeth 7N
r ap de Vf r ap de \i
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min™) (mm/min)
~150 =12 <0.1 3,580 1,720 ~150 =12 <0.1 3,580 2,000
Hardened die steel 200 =1.0 <0.1 3,180 1,340 200 =1.0 <0.1 3,180 1,560
( '243;[5"2:-@%79) JBN795 | 250 - - - - 250 - - - -
300 - - - - 300 - - - -
350 - - - - 350 - - - -
~150 =1.0 <0.1 3,180 1,530 ~150 =1.0 <0.1 3,180 1,780
Hardened die steel 200 =038 <0.1 2,390 860 200 =038 <0.1 2,390 1,000
01.2344,12379) | jgn795 | 250 - - - 250 - - -
300 = = = = 300 = = = =
350 = = = = 350 = = = =
~150 =15 <0.1 5,970 4,840 ~150 =15 <0.1 5,970 5,640
Grey cast iron 200 =1.0 <0.1 5,970 4,300 200 =1.0 <0.1 5,970 5,010
Belof,f‘g())OHB JBN795 250 =07 <0.1 5,970 3,580 250 =07 <0.1 5,970 4,180
300 =07 <0.1 5,970 3,580 300 =07 <0.1 5,970 4,180
350 - - - - 350 - - - -
~150 =15 <0.1 5,570 4,510 ~150 =15 <0.1 5,570 5,260
Nodular cast iron 200 =1.0 <0.1 5,570 4,010 200 =1.0 <0.1 5,570 4,680
b 0O o uenzes| 250 | <07 | <00 | 5570 | 3340 250 | <07 | <01 | 5570 | 3,900
300 =07 <0.1 5,570 3,340 300 =07 <0.1 5,570 3,900
350 = = = = 350 = = = =
Tool dia. (Mmm)
Work materials | Grades 50 50/52
No. of teeth 7N No. of teeth 8N
r dap de Vf r ap de \i
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
~150 =1.2 <0.1 2,860 1,600 ~150 =1.2 <0.1 2,860 1,830
Hardened die steel 200 =12 <0.1 2,860 1,600 200 =12 <0.1 2,860 1,830
“'fﬁé’zhﬁ?m BN79s | 250 | =10 | <04 | 2550 | 1,250 250 | =10 | <01 | 2550 | 1,430
300 =1.0 <0.1 2,550 1,250 300 =1.0 <0.1 2,550 1,430
350 - - - - 350 - - - -
~150 =1.0 <0.1 2,550 1,430 ~150 =1.0 <0.1 2,550 1,630
Hardened die steel 200 =1.0 <0.1 2,550 1,430 200 =1.0 <0.1 2,550 1,630
{ -253;‘6"2%279) BN795 | 250 | =08 | <01 | 1,910 800 250 | <08 | <01 | 1910 920
300 =0.8 <0.1 1,910 800 300 =038 <0.1 1,910 920
350 = = = = 350 = = = =
~150 =15 <0.1 4,780 4,520 ~150 =15 <0.1 4,780 5,160
Grey cast iron 200 =15 <0.1 4,780 4,520 200 =15 <0.1 4,780 5,160
oo o) BN795 | 250 | =10 | <01 | 4780 | 4020 250 | =10 | <01 | 4780 | 4590
elow 300HB
300 =1.0 <0.1 4,780 4,020 300 =1.0 <0.1 4,780 4,590
350 =0.7 <0.1 4,780 3,350 350 =07 <0.1 4,780 3,820
~150 =15 <0.1 4,460 4,210 ~150 =15 <0.1 4,460 4,820
Nodular cast iron 200 =15 <0.1 4,460 4,210 200 =15 <0.1 4,460 4,820
b 0O uenzos| 250 | <10 | <00 | 4460 | 3,750 250 | <10 | <01 | 4460 | 4280
300 =1.0 <0.1 4,460 3,750 300 =1.0 <0.1 4,460 4,280
350 =0.7 <0.1 4,460 3,120 350 =0.7 <0.1 4,460 3,570

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

NOTE

1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4) Use air blow.

5) When using YPHW * -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please

scan the following QR code for the details of the cutting conditions table.
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Recommended cutting conditions for "YPHW-F1-type inserts" (For side finishing) @

QXP type (facemill type)

Tool dia. (Mm)
Work materials | Grades 63/66
No. of teeth 8N
r ap de n Vf
(mm) (mm) (mm) (min™) (mm/min)
~200 =12 <0.1 2,270 1,450
Hardened die steel 250 =12 <0.1 2,270 1,450

(1234412379 | jpygos | 300 | <10 | <01 | 2020 | 1,130

42-52HRC
350 =1.0 <0.1 2,020 1,130
400 - - - -
~200 =1.0 <0.1 2,020 1,290
Hardened die steel 250 =1.0 <0.1 2,020 1,290
01234412379 | jgn7os | 300 | =08 | <01 | 1,520 730
350 =038 <0.1 1,520 730
400 - - - -
~200 =15 <0.1 3,790 4,090
Grey(cGa(g iron 250 =15 <0.1 3,790 4,090
<
Below 30048 | JBN795 300 =10 <0.1 3,790 3,640

350 =1.0 <0.1 3,790 3,640
400 =0.7 <0.1 3,790 3,030
~200 =15 <0.1 3,540 3,820
Nodular cast iron 250 =15 <0.1 3,540 3,820
b OO |sBN7es| 300 | <10 | <01 | 3540 | 3400
350 =1.0 <0.1 3,540 3,400

400 =07 <0.1 3,540 2,830

2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf:Feed speed

NOTE
1) The figure to be adjusted according to the machine rigidity or work rigidity.
2) In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
3) If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4) Use air blow.
5) When using YPHW < -F1 type insert (CBN) in up & down finishing finishing or bottom face finishing, please
scan the following QR code for the details of the cutting conditions table.
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Competitor A 486m

Material: S50C  Tool dia.: ¢ 16x2N
cutting conditions:
| Vc=603.2m/min (N=12,000min")
' o fz=0.2mm/t (Vf=4,800mm/min)
o dp=1.5mm, de=0.12mm
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Material - S50C Cutting conditions:

Tool dia.> @ 16X2N o \/c=603.2m/min (N=12,000min"")
o f=0.4mm/rev (Vf=4,800mm/min)
o dp=1.5mm, de=0.12mm

Down cut, Overhung length: 2=60mm

Material : S50C Cutting conditions:

Tool dia.: @ 16X2N - 1/c=603.2m/min (N=12,000min"")
o f=0.4mm/rev (Vf=4,800mm/min)
° dp=1.5mm, de=0.12mm

Down cut, Overhung length: 2=60mm




Modular head MQT type

Through coolant hole MD

— 7
Ak
Face milling Shou\d;rnﬂng R
MD
[/ —
g
ROS*I’?ZO
Dimensions (mm) Parts
Igﬁlgi’l‘:tie"{‘ [tem code Stock itlgér?(z oDd Lf Db MD| C | W Ari)rﬁ)sl,iecﬁcsle Cl@ew Wre%ded) Fig
MQT-2016A00-M8 | ® | 2 [ 16 [ 23 [14 [m8] 8] 12 N TSW-2556H
MQT-4020A00-M10| ® | 4 | 20| 30 [18 |[M10| 9| 14 % | TSW-2556H
0° | MQT-5025A00-M12| @ | 5 |25 |35 225[M12| 10 | 17 | & & % | DSW-2563H 1
MQT-6032A00-M16| @ | 6 |32 | 43 29 [M16 12 | 22 | & N N | DSW-2563H
MQT-6035A00-M16] ® | 6 |35 | 43 20 Mi6| 12| 22 | & % & | DSw-2563H A-08 |
3o | MQT-2016A03M8 | @ | 2 [ 1623 14 |M8| 8 12| € 8 Q |TSW-2556H
MQT-2020A03-M10| @ | 2 |20 | 30 18 |M10| 9 14| * £ £ | TSW-2556H 5
- | MQr2016A05-Ms | @ [ 2 [16 (2314 [M8[ 8[12] o & § TSW-2556H
MQT-2020A05-M10| ® | 2 | 20| 30 [18 |[M10] 9| 14 TSW-2556H

Arbor 12~15 page Cutting conditions @ENEEYIEeS

Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY. 3. Please see page 5 for recommended

tightening torque. (When mounting M8 head to shank, recommend to use DIJET DS type spanner wrench.) Clampscrew | Recompendegtoraue
TSW-2556H 11
DSW-2563H 11
TYPE
For tilted wall finishing For finishing side face
(XPHW100308ZER-R) (XPHT100308ZER R) (YPHW1003 * sk ZER- /w’WOO?)OSZER F) (YPHW100308ZTR-F1)
i GIE
- /\’ 9° TI: s BV
R60 LT re Lﬂj BN ! A
(XPHW100308ZER-R) (YPHW100303ZER-15)
0 e o =g s ‘
' W} m ;,,/\ o 0 E} )/“" \)\ ) JLa(—(\)(I;IHWWOI'}OSZER-F? _
re 0 T e @J . 16 (For low feed machining)
(XPHT100308ZER-R) (YPHW100308ZER-15)

Shoulder milling insert
(From semi-finishing to finishing)  (zPMT1003 * * ZER-PL)

CBN insert

re 30 ,LJ i
(YPHW100308ZTR-F1)
Type ltem code P PVD coated Cermet| CBN Dimensions (mm)

JC8015/JC8050]JC8118] DH102| CX75 [BN795| A | T [ B [re [ 6°

@[ . — [xPHwW100308ZERR | H ° 0| e 1006|335 6 | 08 ] 11°
or tilted wall finishing

XPHT100308ZER-R | H 0 0 10.06/335] 6 | 08| 11°

YPHW100303ZER-15] H ° o | o 10.06/335] 6 | 03] 11°

For finishing side face | YPHW100308ZER-15{ H o | o 10.06/335| 6 | 08| 11°

YPHW100308ZER-F | H ° 10.06/335| 6 | 08| 11°

YPHW100308ZTR-F1| H ® (1006335 6 |08 11°

Shoulder milling insert | ZPMT100304ZERPL] M e o o | o 1008/34 | 6 | 04 ] 11°

@(FroT semifinshing |ZPMT100308ZERPL| M e o o | o 1008/34 | 6 |08 11°

0 finishing ZPMT100320ZER-PL| M e o o | o 1008(34 | 6 |20 11°

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

[ @ : Standard stock items [J: StockinJapan }
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Definition of flute shape for programming
TYPE

MQT-+ « < A03/A05 Holder

Fig.1 XPHW/T type Fig.2 YPHW type

Applicable inclinari
angle & ination | Applicable inclination
I angle6°

R0.3~R0.8

@ Dc (Intersection of Ra) @ Dc (Interection with 6 )
o Accuracy of tool dia. with master insert 0~—0.03 ° Tool dia. with YPHW type inserts (Inclination angle: 3°.5°)
Dimensions (mm) Dirpensipns
Applicable . Applicable .
inclination [tem code Fig inclination [tem code Fig
angle 6 ¢ Dc Ra Rh angle 6 ¢ Dc
1°~6° | MQT-2016A03-M8 155 |R64.19 8.76 1 3° MQT-2016A03-M8 16 2
3°~8° | MQT-2016A05-M8 155 |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
MQT- + + * A0O Holder
Fig.3 XPHW/T type
! Appficgglge?'einecljnation
|
|
|
|
| T o
|
‘ ®Dc
o Accuracy of tool dia. with master insert 0~—0.03 o Tool dia. with YPHW type inserts (Inclination angle: 0°)
Dimensions (mm) Dirpensions
Applicable Applicable
inclination [tem code Fig inclination ltem code Fig
angle 6 ¢ Dc Ra Rh angle 6 ©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 | 548 3 0° MQT-6035A00-M16 35 —

Note) 1. Shape of cutting edge is different depends on combination of inserts and holder. Please refer to the table above.
2. Regarding the detail of the tool shape, please download DXF/STEP file from “DJ-Search”.
Please scan the following QR code.



Quick & Mini

New generation high feed mill

Recommended cutting conditions for XPHT/W-type inserts' (For tilted wall finishing)

MQT and MSN type
Tool dia. (mm)
Work materials | Grades 16 20 20
No. of teeth 2N No. of teeth 2N No. of teeth 4N
r p de n Vf r ap de n Vt r ap ae
(mm) (mm) (mm) (min”) ((mm/min)| (mm) (mm) (mm) (min”) |(mm/min)| (mm) (mm) (mm) (min”) |(mm/min)

s | ~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
C?é?&”c??f ! (X’;LHVWJ;;) 55~80 =1.2/<0.10| 9,000 3,600 [70~100, =<1.2|<0.10| 7,200 | 2,880 |[70~100 =1.2|<0.10| 7,200 | 5,760
Below 250HB 80~105| =<1.0/<0.10| 7,200/ 2,880 [100~130, =1.0 |<0.10| 5,760 | 2,300 [100~130, <1.0 |<0.10| 5,760 | 4,600
95 |105~160 <1.0/<0.10| 6,000] 2,400 [130~200 =1.0|<0.10| 4800 | 1,920 [130~200 =10 |<0.10| 4,800 | 3,840
s | ~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
(1‘2%2,5?;'379) xXPZH\nT/ttyy’;ee) 55~80| =1.2|<0.10| 7,500/ 3,000 |[70~100, =<1.2|<0.10| 6,000 | 2,400 |[70~100 =1.2 |<0.10| 6,000 | 4,800
Below 255HB 80~105| =<1.0|<0.10| 6,000/ 2,400 100~130, =1.0 |<0.10| 4,800 | 1,920 [100~130, =1.0 |<0.10| 4,800 | 3,840
O ios~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
s |~ | =1.2/1<0.12| 9,000 3,600 | ~70 | =1.2|<0.12| 7,200 | 2,880 | ~70 | =1.2 |<0.12| 7,200 | 5,760
i steely | Tee 5580/ <1.0/<0.10] 6,800 2,720 [70~100 <1.0|<0.10] 5,400 | 2,160 [70~100] =1.0 |<0.10| 5400 | 4,320
soseimc |1 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
R0 | os~160 <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
~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

(1'\_/'2"3'?f,t§§'1) Xp[mpe 55~80| =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
38-43HRC g |80105] =06/ <0.10] 4,800 1,920 [100~130] =0.6 | <0.10| 3,840 | 1,540 [100~130 0.6 <0.10| 3,840 | 3,080
105~160 =<0.6|<0.10| 4,000/ 1,600 [130~200 =0.6 |<0.10| 3,200 | 1,280 [130~200 <0.6 |<0.10| 3,200 | 2,560

~55 | =1.0/<0.10| 5,000| 1,500 | ~70 | =1.0|<0.10| 4,000 | 1,200 | ~70 | =1.0 |<0.10| 4,000 | 2,400

i g il |55~80] 0.8/ <0.08] 3,750| 1,130 [10~100 =08 |<0.08) 3,000 900 [70~100 0.8 <0.08| 3,000 | 1,800
42-52HRC g 80105, =06/<0.08| 3,000 900 [100~130 0.6 <0.08| 2400 | 720 [100~130 0.6 <008 2,400 | 1,440
105~160 =<0.6|<0.08| 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

o iooo | o |55~80] <08/ <008| 2,700 540 [r0~100 <0.8|<008| 2,140 430 [ro~100 <0.8|<0.08| 2,140 860
55-62HRC | MPHWRe 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
105~160 =<0.6|<0.08| 1,800| 360 [130~200 <0.6|<0.08| 1,430 | 290 [130~200 <0.6 |<0.08| 1,430 | 580
s | ~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
Grey foddr astion| nge | s5~g0| <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
selow3agkp | 80~105| =1.0/<0.10| 7,200/ 3,600 [100~130, =1.0 |<0.10| 5,760 | 2,880 [100~130, =1.0 |<0.10| 5,760 | 5,760
(orer) 105~160| =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
%t:ligxszsss(;cﬁgl XJPCHSTOIL; 55~80| =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
(PHW type) | 80~105| =<0.8 |<0.10| 6,000/ 2,400 [100~130] =0.8 |<0.10| 4,800 | 1,920 [100~130] =0.8 |<0.10| 4,800 | 3,840

105~160 =0.8<0.10| 5,000| 2,000 [130~200, =0.8 | <0.10| 4,000 | 1,600 [130~2000 =0.8 |<0.10| 4,000 | 3,200

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf: Feed speed

Theoretical cusp hight : XPHT/W Type

. © height NOTE
Cusp height dp Uk =g dp 1) The parameter to be adjusted according to the machine rigidity or worl regidity.
(pm) (mm) (pm) (mm) 2) In case of chatter occurring, recommend to reduce the depth of cut @p and Pick feed ae.
3) Use air blow.
0.50 0.5 335 1.3 4) Please see the below page for the cutting conditions table in case of using
0.71 0.6 3.89 1.4 YPHW > -15/-F/-F1 or ZPMT * -PL type insert.
*page 51-57 (ZPMT * -PL type) *page 58-76 (YPHW > -15/-F)
0.97 0.7 446 1.5 -page 82-86 (YPHW % -F1)
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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Recommended cutting conditions for XPHT/W-type inserts' (For tilted wall finishing)

MQT and MSN type
Tool dia. (mm)
Work materials | Grades 25 32/35
No. of teeth 5N No. of teeth 6N

(m’;n) (35«) (neri) (ml;l") (mnY/fnin) (m’;n) (na\r?w) (n?reh) (min™) (mm/Inin)
s | ~90 <15 | <012 | 7640 | 7640 | ~120 | =15 | <0.12 | 5460 | 6,550
ik (X);mTvttYy%ee) 90~125 | =12 | <010 | 5730 | 5730 [120~175 =12 | <010 | 4100 | 4920
Below 250HB 125~160, =10 | <0.10 | 4580 | 4580 [175~225| =10 | <0.10 | 3,280 3,940
@3 eo~2s0] =10 | <010 3820 | 3820 |225~320/ =10 | <0.0 | 2730 | 3,280
s | 90 =15 | <012 | 6400 | 6400 | ~120 | =15 | <0.12 | 4,550 5,460
(129 s 370) (thtyyiee) 90~125 | =12 | <0.10 | 4800 | 4800 [120~175| =12 | <010 | 3410 | 4,090
Below 255HB 125~160| =10 | <0.10 3840 | 3,840 |[175~225| =10 | <0.10 | 2,730 3,280
O 1i6o~250| =10 | <010 | 3200 | 3200 |225~320] =10 | <010 | 2280 | 2,740
s | ~90 <12 | <012 | 5730 | 5730 | ~120 | =12 | <0.12 | 409 | 4910
(amir o) (Xm?yr;ee) 90~125 | =10 | <010 | 4300 | 4300 [120~175] =10 | <010 | 3070 | 3680
30-36HRC 125~160| =08 | <0.10 3,440 3,440 |175~225| =0.8 <0.10 | 2450 2,940
o go~250] =08 | <0.10 2,870 | 2,870 |225~320| =08 | <0.10 | 2050 | 2,460
~90 <10 | <012 | 5100 | 5100 | ~120 | =10 | <012 | 3,640 | 4370
(oo i | 90~125 | =08 | <010 | 3830 | 3830 |120~175| <08 | <010 | 2730 | 3280
38-43HRC iy |1257~160) =06 | <010 | 3060 | 3060 |175~225 =06 | <0.10 | 2,180 2,620
160~250| =06 | <0.10 | 2550 | 2550 [225~320| =06 | <0.10 | 1,820 | 2,180
4 ~90 <10 | <010 | 3,180 | 2380 | ~120 | =10 | <0.10 | 2280 | 2,050
i e | 90~125 | =08 | <008 | 2380 | 1780 |120~175| =08 | <008 | 1710 | 1540
42-52HRC sy (125160 =06 | <0.08 1,910 1,430 |[175~225| =06 | <008 | 1,370 1,230
160~250| =06 | <008 | 1,590 | 1,190 [225~320| =06 | <008 | 1,140 1,030
. ~90 <15 | <010 | 2300 | 1,150 | ~120 | =10 | <0.10 | 1,640 980
A ooee | oo | 90~125| =08 | <008 | 1720 860 [120~175| =08 | <008 | 1,230 740
55-62HRC | PHYpe | 195~160| =06 | <0.08 | 1,380 690 |[175~225| =06 | <0.08 980 590
160~250| =06 | <008 | 1,150 580 [225~320| =06 | <0.8 820 490
s | ~90 <15 | <012 | 7640 | 9550 | ~120 | =15 | <012 | 5460 | 8,190
Ser g tn o | go~125 | <12 | <010 | 5730 | 7,060 [120~175] =12 | <010 | 4100 | 6,150
seow3onry | 0P 125~160| =10 | <0.10 4,580 5720 |175~225| =1.0 <0.10 | 3,280 4,920
(oxier) 160~250| =1.0 <0.10 3,820 4,780 [225~320/ =1.0 <0.10 2,730 4,100
~90 =12 <0.12 6,400 6,400 ~120 =12 <0.12 4,550 5,460

Stainless steel | J&15 | 9go~125 =10 <0.10 4,800 4,800 |120~175| =1.0 <0.10 3,410 4,090
Below 250HB | XPHTHype
(XPHWtype) | 125~160| =0.8 <0.10 3,840 3,840 |[175~225| =0.8 <0.10 2,730 3,280

160~250 =0.8 <0.10 3,200 3,200 [225~320] =0.8 <0.10 2,280 2,740

£ :Overhung length, ap: Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf: Feed speed

Theoretical cusp hight : XPHT/W Type

. q NOTE
Cusp height ap Cusp height ap 1) The parameter to be adjusted according to the machine rigidity or worl regidity.
(pm) g (pm) (i 2) In case of chatter occurring, recommend to reduce the depth of cut ap and Pick feed ae.
0.50 05 335 13 3) Use air blow.
. - - . 4) Please see the below page for the cutting conditions table in case of using
0.71 0.6 3.89 1.4 YPHW > -15/-F/-F1 or ZPMT * -PL type insert.
*page 51-57 (ZPMT * -PL type) *page 58-76 (YPHW * -15/-F)
0.97 0.7 4.46 1.5 - page 82-86 (YPHW -F1)
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 19

2.86 1.2 7.94 2.0 @
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