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“QM MAX GII” GMX / MXG type with high efficient roughing.
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w improved strength by 1.2 times

compared with conventional tool.
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Economical double-side insert
"JCc8118" "JC7560" (4 corners).
for high hardened steel for general & mold steel

less than 50HRC & high less than 35HRC.
strength stainless steel.
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PYYIDARARE — “QM MAX GII” GMX / MXG type

Features
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"QM MAX GII" GMX / MXG type, indexable cutter with high efficient roughing.
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Low cutting force inserts with optimum cutting edge for high feed machining.
¥ Compared with conventional positive type cutter, chips thickness of QM MAX GII reduced by 14%
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Negative insert
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Optimum cutting edge

(in case of ap=0.6mm).

@1 Y — MNEH4mm,
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Insert thickness: 4mm improved strength by 1.2 times compared with
conventional tool.
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Economical double-side insert (4 corners).
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New strong edge type “PH breaker insert” is excellent in fracture resistance
and applicable to heavy cutting.
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MRIA VB EI A IR, 2 insert grades “JC8118” & “JC7560” can be widely applied
from general & mold steel to hardened die steel & high strength stainless steel .
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___Double-side usable!

Aoy — rEA4mm

Insert thickness: 4mm
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New JC8118 Jcs1 18 JC8118 ics11s
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"Jcs118"
for high hardened steel
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"JC7560"
for general & mold steel
less than 35HRC.

range

JC7560

Cutting performance
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@ UJEIE 1 LEE Cutting force comparison

#HI# Mat’l: S50C C50

YI#I%&# Cutting conditions:

Vc=120m/min, fz=1.0mm/t, ap=0.6mm, ae=15mm

S92 fw b Downcut T7JO— Air blow

T EREF Tool No.: MXG-4025-M12 (¢ 25 X 43 F])

A oY% — FFE Insert No.:ENMU100412ZER-PH (JC8118)
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MXG type (25 x 4N)
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Conventional tool

less than 50HRC & high
strength stainless steel.

@£ Y R R LS Feed limit comparison

#HI4 Mat’l: SKD61 (46HRC) 1.2344
YIEI%# Cutting conditions:

Vc=95m/min, ap=1.0mm, ae=0-19mm

7y T&EH Ay k Up&downcut T7 JO— Air blow
TEHE Tool No.: MXG-4025-M12 (b 25 X 41H)

A4 Y — & Insert No.:ENMU100412ZER-PH (JC8118)

fz=11mm/t fz=1.4mml/t fz=1.6mm/t
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New strong edge type “PH breaker insert” is excellent in fracture
resistance and possible to higher feed machining than conventional tool.
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Greatly improved metal removal rate! -

OLID=6LIEDRREL THREL £ Bkt Y MIHTHE

Possible to stable high feed machining in case of long overhung length over L/D=6 .

@5 EVIBLIUAYAMNTICHEN, BEELES Y PIMITHTEE,
Excellent in ramping and helical interpolation, and possible to high efficient pocket milling.

XAV 2FEO25TIVE THRIETHIRFE (HHRERRRD 21T LRAFKE) . i
¥Possible to Max. i le 1°i f usi 25 tool dia. / = -
ossible to Max. ramping angle 1° in case of using ¢ 25mm tool dia ‘/‘\M““:-_—A——:-_.____ i
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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. Make
it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

5))-I[:q- - Cutting performance

@5t #HEIH Mat'l: SKD11 (1.2379), YIBIZH# Cutting conditions: Ve=180m/min, fz=1.2mm/t, ap=0.8mm
Tool life comparison R4 T Pocket milling 75x60x30mm 4™ >#Aw k Downcut I 7 JHA— Airblow
ZH LEE Overhung length 60mm 5> E >4 &E Ramping angle 1°
TEME Tool No.: MXG-4025-M12 (¢ 25 x 4% F) 1 > — FE Insert No.:ENMU100412ZER-PH (JC8118)

F— '
ERX ‘
l Large wear L
. —

I
kS

e
w

’ I '
Ea&ﬁ
( itz )
II" "IIII i
(still able to
/ ontinue)
Y o e om
0 30

. DIJET: ENMU100412ZER-PH (JC8118)
. I =&= DIJET: %¢3ES Conventional tool (JC8118)
=4
achieved longer tool life
compared with conventional 0 10 2 70 80

tool. ’cJ]ﬁI]E (m) Cuttlng length

e
(%)

ﬂ&EEﬁﬂ:iP PH7 L
ht o9 —NhIC
&U WhFyE
VRN ER
UP,
New strong edge type “PH
breaker insert” supressed
small chipping and

0.1

o

-
(%
3
4
c
8
=
%
©
=
3
E
]
e
i
=
ny
b2
K
g




VIYPDARARZ— “QM MAX GII” GMX /| MXG type

v v v b @ 8l Facemill type

G'B@d‘y 49— bRFE Through coolant hole [} (I?b

SN
o\c
) v
o di /9’79
‘ Do ‘
9’(7) ﬁ? % EE }ji& T_" 5£(mm) Dimensions j("\{m?'_\;j glga:ll]
Type Cat.No. stock | N\ e | Lf | ¢Db| ¢d | dd1| a | b | £ | "t Parts
//;S /fi GMX-7050R | ® | 7 | 50 | 50 | 40 (22225 17 | 84| 5 | 20 7772et
I*f’f X | GMX-7063R ® | 7 |63 | 50 | 48 (22225 17 | 84| 5 20
nch Bore & TSW
GMX-7050R-22 | ® | 7 | 50 | 50 | 40 | 22 | 17 |10.4| 6.3 | 20 |ENMU100412 -2567H
ZER-PH
joie |GMX-T052R-22 | # | 7 | 52 | 50 | 40 | 22 | 17 |104] 63 | 20 | cnyyroouns o
:/;)7\ GMX-7063R22 | ® | 7 | 63 | 50 | 48 | 22 | 17 |104 | 6.3 | 20 | ZERPM) [ Wrench
Metric Bore| GMX-7066R-22 | * | 7 | 66 | 50 | 48 | 22 | 17 104 | 6.3 | 20 /@A%
GMX-7066R-27 | | 7 | 66 | 50 | 48 | 27 | 20 (124 | 7 22

) RIVHA Y — MEHRATHBY E A, BIEBRBEL, I Cuting condiions QHELS TS

Note) All cutters are supplied without inserts.

ISV TRCRE | #ENVY (N-m)

Clamp screw Recommended torque
TSW-2567H 1.1

e [ @ | A—H—7TEEM Standard stock items Yoo ENERY B MEA108~2ERIFZE) Stock in Europe. (14 days delivery upon ordering) O : dEB7EES Soon to be stocked
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) (¢ GLZEELE SR P ER AaCA Ml VModular head MXG type
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o || s sy | campiaen | wenh

Cat. No. Stock i’:;gfs ¢Dc| Lf [¢Db| MD | C | W Applicable inserts & %
MXG-2016-M8 ] 2 16 | 23 |14 M8 | 8|12
MXG-2017-M8 o 2 17 | 23 |14 M8 | 8| 12
MXG-3020-M10 o 3 [20 | 30 |18 |M10| 9| 14
MXG-3021-M10 ® | 3 (21 30 (18 |M10| 9 | 14
MXG-3025-M12 o 3 [25 | 35 |22 [M12| 11|19
MXG-4025-M12 o 4 | 25| 35 |22 |M12| 11 | 19 |ENMU100412ZER-PH
MXG-4026-M12 | ® | 4 | 26 | 35 225 M12| 11 | 19 |ENwUtsserzzerpuy | TSNV 2007H A8
MXG-5030-M16 ® | 5 (30 43 |27 |M16| 12 | 22
MXG-5032-M16 [ 5 32 | 43 |29 |M16| 12 | 22
MXG-5035-M16 [ ] 5 35 43 |29 | M16| 12 | 22
MXG-6040-M16 [ ] 6 | 40 | 43 |32 |M16| 14 | 26
MXG-6042-M16 ¥ 6 | 42 | 43 |32 |M16| 14 | 26

Note) 1. All cutters are supplied without inserts. 72?%@2?’% Rﬁ%ﬂ:el’nzeg\:omze

2.Please see page 12 for recommended tightening torque. TSW-2567H 1.1

MXG/GMX

@ (-PH ) (-PM #)

N A T < A T
KEHEIE-PHF
r & BE PVDO—7->/% PVD coated ~F £ (mm) Dimensions
Lelile Tolerance | @) jcg118 | @ JC7560 | JC8118P | JC7560P A T B re
@ ENMU100412ZER-PH M [ J [ J
10 4 6 1.2
ENMU100412ZER-PM M O (@)

17 =X 10BAWTY, 10inserts per case.

[ @ . A—H—7EER Standard stock items Y@ JBHERY F G (REA10B~2ERIFEE) Stock in Europe. (14 days delivery upon ordering) O : FEEAEL XY X FEREE Soon to be deleted ] o




VY PDARAR— “QM MAX GII” GMX / MXG type

et NG R RN S C M T IR S MO MSN Carbide shank holder
TYPE

=352 RTYFE Through coolanthole M RESENNTFA For high productivity .
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IVREIVY v T4 T Endmill shank type

A = i ~  ;Z(mm) Dimensions &8 (k) -
Cat. No. Stock ®Ds 01 L oD1 On° MD oD2 Weight ’
MSN-M8-20-S16C [ ] 16 20 75 15.5 — 0.17 1
MSN-M8-40-S16C 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-S20C [ ] 20 77 143 14.5 1°45' M8 4 0.49 2
MSN-M8-80-S16C L 16 80 135 15.5 — 0.32 1
MSN-M8-120-S16C [ ] 16 120 175 15.5 — 0.42 1
MSN-M8-152-S16C [ 16 152 207 15.5 — 0.51 1
MSN-M10-20-S20C L J 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’ 0.39 2
MSN-M10-70-S20C L J 20 70 130 19.5 - 0.50 1
MSN-M10-85T-S25C [ ] 25 85 161 18.5 2° 0.90 2
MSN-M10-90-S20C L] 20 90 150 19.5 — M10 4 0.60 1
MSN-M10-90T-S20C L] 20 90 150 18.5 0°19’ 0.58 2
MSN-M10-140-S20C L] 20 140 200 19.5 — 0.80 1
MSN-M10-140T-S20C o 20 140 200 18.5 0°12’ 0.77 2
MSN-M10-160-S20C L] 20 160 220 19.5 — 0.87 1
MSN-M10-210-S20C o 20 210 270 19.5 — 1.07 1
MSN-M12-25-825C [ ] 25 25 90 24 — 0.53 1
MSN-M12-55-§25C [ ] 25 55 120 24 — 0.72 1
MSN-M12-100T-S32C o 32 100 180 23.5 2° 1.61 2
MSN-M12-105-S25C [ ] 25 105 170 24 — M12 6 1.03 1
MSN-M12-135-825C L 25 135 215 24 - 1.30 1
MSN-M12-155-825C [ ] 25 155 220 24 — 1.34 1
MSN-M12-200-S25C L 25 200 265 24 — 1.58 1
MSN-M16-25-S32C L J 32 25 90 29 — 0.85 1
MSN-M16-55-S32C [ ] 32 55 120 29 — 1.13 1
MSN-M16-77-S32C [ 32 77 157 29 — 1.47 1
MSN-M16-97-S32C L] 32 97 177 29 — 1.64 1
MSN-M16-105-S32C [ ] 32 105 170 29 — 1.59 1
MSN-M16-117T-S32C L] 32 117 197 29 0°38’ 1.88 2
MSN-M16-127-S32C L] 32 127 207 29 — 1.89 1
MSN-M16-127T-S32C L] 32 127 207 29 0°30’ M16 8 2.23 2
MSN-M16-155-S32C L] 32 155 220 29 — 2.04 1
MSN-M16-177-S32C L] 32 177 257 29 — 2.32 1
MSN-M16-177T-S32C [ ] 32 177 257 29 0°23’ 2.78 2
MSN-M16-195-S32C L] 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 L4 32 225 290 29 — 2.57 1
MSN-M16-245-S32C o 32 245 310 29 — 2.74 1
MSN-M16-295-S32C o 32 295 360 29 — 3.17 1

eii) EV1T—AY ROHERET T ML IIEP12ETBREE LY, Note) Please see page 12 for recommended tightening torque.
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MSN Carhide shank holder
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% ¢D2: 77—/ KJUR Coolant hole dia.
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ABL—K7—I\5 A 7 straightarhor type

. A (mm) Dimensi -
B = 1 <~ E( ) Dimensions 8 (ko)
Cat. No. Stock ®Ds L MD oD2 Weight
MSN-M8-978-S15C ® 97 0.21
MSN-M8-147S-S15C o 15 147 M8 4 0.33
MSN-M8-197S-S15C { 197 0.44
MSN-M8-107S-S16C [ ] 107 0.27
16 M8 4
MSN-M8-157S-S16C { 157 0.40
MSN-M10-130S-S18C [ ] 130 0.42
MSN-M10-190S-S18C ® 18 190 M10 4 0.62
MSN-M10-240S-S18C [ ] 240 0.89
MSN-M10-130S-S20C { 130 0.53
MSN-M10-190S-S20C [ ] 20 190 M10 4 0.78
MSN-M10-250S-S20C { 250 1.02
MSN-M12-185S-S23C { 185 0.98
23 M12 6
MSN-M12-265S-S23C { 265 1.42
MSN-M12-185S-S24C  J 185 1.07
24 M12 6
MSN-M12-265S-524C { 265 1.54
MSN-M12-1458-S25C [ ] 145 0.91
MSN-M12-2158-S25C ® 25 215 M12 6 1.36
MSN-M12-2858-S25C { 285 1.80
MSN-M16-160S-S28C { 160 1.22
MSN-M16-230S-S28C [ ] 28 230 M16 8 1.77
MSN-M16-310S-S28C { 310 2.41
MSN-M16-1578-S32C [ ] 157 1.61
MSN-M16-217S-S32C ® 217 2.22
32 M16 8
MSN-M16-287S-S32C  J 287 2.94
MSN-M16-357S-S32C { 357 3.66

) BEVAT—AY ROHEERIF ML IIEP12ETBRTE, Note) Please see page 12 for recommended tightening torque.

[ @ : X—AH—7EEER Standard stock items [ Jw@TERER Exclusive distributor stock X SEHEEER Make to order




VIYPDARARZ— “QM MAX GII” GMX /| MXG type

MGN | B8 G-Body (Ev25—~vrAZF—ILY > 5 7—/\) WL RN
TYPE
. ORI N WAL CENBGBody @a—hIAF
A&] [GiBody] e=itLsx i@ T pRMTEDOTILL TUHTHIc & SWRHIERIIE.
AR T A=V RAICHEBNETEEG-Body (RF =LY+ ) Z RV EULE T,

eAdopted ultra-rigid and improved body durability "G-Body". eShort type
e(Cost-effective and high strength steel shank holder.

% ¢D2: —3>>/ hJUE Coolant hole dia.
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L
IVREIVY v TA T Endmill shank type
o 7AE(mm) Dimensi

% & o i DI )

Cat. No. Stock ®Ds 21 L oD1 On° MD oD2 Weight
MGN-M8-17-S16 o 16 17 97 15.5 - M8 4 0.13
MGN-M10-30-S20 o 20 30 100 19 — M10 4 0.21
MGN-M12-35-S25 o 25 35 105 24 - M12 4 0.36
MGN-M12-85-S25 o 25 85 165 24 = M12 4 0.57
MGN-M16-37-S32 o 32 37 107 29 - M16 6 0.56
MGN-M16-77-S32 o 32 77 157 29 = M16 6 0.83

) 1L EV2T =AY FEHEG-BodyfH B H BB DYIHIS AL P15~ 16 DIRETIHIRARZ T DEFERLEL,
2. ®ETV25 =AY ORI MILVIEPI2ZTBRBEEL,

Note) 1.In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet (see page 15-16).
2. Please see page 12 for recommended tightening torque.

Mt ICEN RS MR+ REOGNEIC KXY . RETES65HRCL EESEEMN DAERICE< BEIMET. N4
AUB LT EERERFMITRBEI0% U L7 v, BEGIIREICORNDZERBLET.
G_B@dy E5le. < TOBE. BORLENHTENROBIET,
| 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.

e [ @ . X—H—7EEER Standard stock items [ : FHBTEESR Exclusive distributor stock ¥ I SHFHEER Make to order



MSA | FE—i# (e v~ o—#2)
TYPE T=HEZENN IR For high productivity
L

MSA Arbor integrated carbide shank

// DIJET

QB v>7)
(Carbide shank) 21
s 5 02
& Sl
3 =
S E—
S
MD

BT v2/9%7A 7 BT shank type

BT No.

AE— e

e & £k ~  j&(mm) Dimensions £ (kg)
oL, Stock | g gam) | 01 92 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M8-105-25-BT40 * 25 80 22 105 15 M8 32 BT40 1.4
MSA-M8-130-50-BT40 * 50 80 22 130 15 M8 32 BT40 1.4
MSA-M8-155-75-BT40 * 75 80 22 155 15 M8 32 BT40 1.5
MSA-M8-170-90-BT40 2 90 80 22 170 15 M8 32 BT40 1.5
MSA-M8-185-105-BT40 * 105 80 22 185 15 M8 32 BT40 1.6
MSA-M10-125-25-BT40 * 25 100 42 125 19 M10 38 BT40 1.8
MSA-M10-150-50-BT40 * 50 100 42 150 19 M10 38 BT40 1.9
MSA-M10-175-75-BT40 * 75 100 42 175 19 M10 38 BT40 20
MSA-M10-200-100-BT40 | ¥ 100 100 42 200 19 M10 38 BT40 20
MSA-M10-220-120-BT40 | ¢ 120 100 42 220 19 M10 38 BT40 21
MSA-M12-125-25-BT40 x 25 100 42 125 24 M12 45 BT40 2.0
MSA-M12-150-50-BT40 x 50 100 42 150 24 M12 45 BT40 21
MSA-M12-175-75-BT40 P 75 100 42 175 24 M12 45 BT40 23
MSA-M12-200-100-BT40 | 100 100 42 200 24 M12 45 BT40 24
MSA-M12-225-125-BT40 | 3« 125 100 42 225 24 M12 45 BT40 26
MSA-M16-125-25-BT40 P 25 100 42 125 29 M16 54 BT40 2.6
MSA-M16-150-50-BT40 P 50 100 42 150 29 M16 54 BT40 28
MSA-M16-175-75-BT40 x 75 100 42 175 29 M16 54 BT40 3.0
MSA-M16-200-100-BT40 | 100 100 42 200 29 M16 54 BT40 3.2
MSA-M8-120-25-BT50 b 25 95 22 120 15 M8 32 BT50 4.0
MSA-M8-145-50-BT50 P 50 95 22 145 15 M8 32 BT50 4.0
MSA-M8-170-75-BT50 P 75 95 22 170 15 M8 32 BT50 4.1
MSA-M8-185-90-BT50 X 90 95 22 185 15 M8 32 BT50 4.1
MSA-M8-200-105-BT50 X 105 95 22 200 15 M8 32 BT50 4.2
MSA-M10-140-25-BT50 P 25 115 42 140 19 M10 38 BT50 4.3
MSA-M10-165-50-BT50 X 50 115 42 165 19 M10 38 BT50 4.4
MSA-M10-190-75-BT50 P 75 115 42 190 19 M10 38 BT50 4.5
MSA-M10-215-100-BT50 | 100 115 42 215 19 M10 38 BT50 4.5
MSA-M10-235-120-BT50 | 120 115 42 235 19 M10 38 BT50 4.6
MSA-M10-255-140-BT50 | % 140 115 42 255 19 M10 38 BT50 4.7

) 1LEV2T—AY FEEE—FEHE DB EROYIEIEAIE.
P15~ 16DIZHEYNEI R AZ ZDE T BB IZEL,

2. BV1T—AY FOHERESIT MV IIEPI12ETBEBIFEEL,

3. 7IWRZ Y RSB LTHEYE A,

4N HFLEDBEIEHEEERHTEVET,

Note) 1. In case of using modular head combined with MSA arbor,
apply the recommended cutting conditions sheet (see page 15-16).
2. Please see page 12 for recommended tightening torque.

3. MSA arbor is supplied without pull studs.

4. If you are in urgent need of these products, there are stock in our distributor, too.
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VIYPDARARZ— “QM MAX GII” GMX /| MXG type

o e R M MSA Arbor integrated carbide shank
TYPE

I —52 RJUTE Through coolanthole SREENNTA For high productivity '2 ;I@ [
L ‘ $
0(1BEv>7)
(Carbide shank) 21
S 5. 82 BT No.
5§
3 &
§ or—
ASY

BT v/ 994 7 BT shank type

e & T ~F ;&(mm) Dimensions Eﬁ(kg)

Cat. No. Stock | g Gamezp) | 01 02 L ®D1 | MD | ¢D2 |BT No.| Weight
MSA-M12-140-25-BT50 * 25 115 42 140 24 M12 45 BT50 4.6
MSA-M12-165-50-BT50 S 50 115 42 165 24 M12 45 BT50 4.7
MSA-M12-190-75-BT50 S 75 115 42 190 24 M12 45 BT50 4.9
MSA-M12-215-100-BT50 | % 100 115 42 215 24 M12 45 BT50 5.0
MSA-M12-240-125-BT50 | % 125 115 42 240 24 M12 45 BT50 5.2
MSA-M12-265-150-BT50 | % 150 115 42 265 24 M12 45 BT50 5.3
MSA-M12-290-175-BT50 | 175 115 42 290 24 M12 45 BT50 5.5
MSA-M16-140-25-BT50 * 25 115 42 140 29 M16 54 BT50 4.8
MSA-M16-165-50-BT50 * 50 115 42 165 29 M16 54 BT50 5.0
MSA-M16-190-75-BT50 * 75 115 42 190 29 M16 54 BT50 5.3
MSA-M16-215-100-BT50 | ¢ 100 115 42 215 29 M16 54 BT50 5.5
MSA-M16-240-125-BT50 | % 125 115 42 240 29 M16 54 BT50 5.7
MSA-M16-265-150-BT50 | s« 150 115 42 265 29 M16 54 BT50 5.9
MSA-M16-290-175-BT50 | 3 175 115 42 290 29 M16 54 BT50 6.1
MSA-M16-315-200-BT50 | 3« 200 115 42 315 29 M16 54 BT50 6.3
MSA-M16-340-225-BT50 | 3 225 115 42 340 29 M16 54 BT50 6.5

) 1. EVAS—AY REBER—EEHE DB EOYIEIR L. Note) 1. In case of using modular head combined with MSA arbor,
P.15~16MIEEEY Y& R EZDEEBELIE TN, apply the recommended cutting conditions sheet (see page 15-16).
2. BTy ROHEREETT L IIEP12ESEBBEEL, 2. Please see page 12 for recommended tightening torque.
3. VALY RIEBLTEYEE A, 3. MSA arbor is supplied without pull studs.
AR e R DA REEERLEEVNET, 4. If you are in urgent need of these products, there are stock in our distributor, too.
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s A 1|t 7 WGt ik st i) MSA Arbor integrated carbide shank
TYPE v —
QB v>/7T)

(Carbide shank) 0
022
R
g
S S
Ell

= ]4[

= HSK No.
HE

D1

NI

VNI IMIE Coolant duct

.
& TEE ~f ;&(mm) Dimensions E%(kg)
at. o. Stock | g amam | 01 22 L ®D1 | MD | ¢D2 |HSK No.| Weignt

MSA-M8-105-25-A63 25 80 | 22 | 105 15 M8 32 | A83 | 13

MSA-M8-130-50-A63 50 80 | 22 | 130 15 M8 32 | A63 | 13

MSA-M8-155-75-A63 75 80 | 22 | 155 15 M8 32 | A63 | 14

MSA-M8-170-90-A63 90 80 | 22 | 170 15 M8 32 | A63 | 14

MSA-M8-185-105-A63 105 80 | 22 | 185 15 M8 32 | AB3 | 15

MSA-M10-125-25-A63 25 | 100 | 42 | 125 19 | M10 | 38 | A3 | 16

MSA-M10-150-50-A63 50 | 100 | 42 | 150 19 | M10 | 38 | A63 | 17

MSA-M10-175-75-A63 75 | 100 | 42 | 175 19 | M10 | 38 | A63 | 18

MSA-M10-200-100-A63 100 | 100 | 42 | 200 19 | M10 | 38 | A63 | 18

MSA-M10-220-120-A63 120 | 100 | 42 | 220 19 | M10 | 38 | A63 | 19

MSA-M10-240-140-A63 140 | 100 | 42 | 240 19 | M10 | 38 | AB3 | 20

MSA-M12-125-25-A63 25 | 100 | 42 | 125 24 | M12 | 45 | A3 | 1.9

MSA-M12-150-50-A63 50 | 100 | 42 | 150 24 | M12 | 45 | A3 | 20

MSA-M12-175-75-A63 75 | 100 | 42 | 175 24 | M12 | 45 | A3 | 22

MSA-M12-200-100-A63 100 | 100 | 42 | 200 24 | M12 | 45 | A3 | 23

MSA-M12-225-125-A63 125 | 100 | 42 | 225 24 | M12 | 45 | A3 | 25

MSA-M12-250-150-A63 150 | 100 | 42 | 250 24 | M12 | 45 | A3 | 26

MSA-M16-140-25-A63 25 | 115 | 42 | 140 20 | M16 | 54 | A63 | 26

MSA-M16-165-50-A63 50 | 115 | 42 | 165 29 | M16 | 54 | A3 | 2.8

MSA-M16-190-75-A63 75 | 115 | 42 | 190 290 | M16 | 54 | A3 | 3.0

MSA-M16-215-100-A63 100 | 115 | 42 | 215 20 | M16 | 54 | AB3 | 3.2

MSA-M8-120-25-A100 25 95 | 22 | 120 15 M8 32 | A00 | 28

MSA-M8-145-50-A100 50 95 | 22 | 145 15 M8 32 | A00 | 286

MSA-M8-170-75-A100 75 95 | 22 | 170 15 M8 32 | AM00 | 27

MSA-M8-185-90-A100 90 95 | 22 | 185 15 M8 32 | A100 | 27

MSA-M8-200-105-A100 | * | 105 95 | 22 | 200 15 M8 32 | A100 | 28

) 1. EVAS—AY REBEE—FEH SO DO TIY &4, Note) 1. In case of using modular head combined with MSA arbor,
P15~ 16MDIEEELY| R EFDEEFEIEEON, apply the recommended cutting conditions sheet (see page 15-16).
2. EVAT—AY ROHEEESIF ML IIEP12E SBBIETLN, 2. Please see page 12 for recommended tightening torque.
A A EDESIEREEERESENET, 3. Ifyou are in urgent need of these products, there are stock in our distributor, too.



VIYPDARARZ— “QM MAX GII” GMX /| MXG type

i N Il e A0 MSA Arbor integrated carbide shank
TYPE

=52 RJUTFE Through coolanthole SREENNIA Forhigh productivity )/
=3 = HE: / [
Q1B v>7)
(Carbide shank) 21
£ HSK No.
? S 5 22 ‘ w o)
N
o L
_ ™
§ Al
3 = 1]

~ ~ o —5 A JE
HSK v/ 0% 47 HSK shank type I=5YhTTMIE Coolant duct

e & TEE ~  7Z(mm) Dimensions E%(kg)
Cat. No. Stock | g e | 01 22 L | ¢D1 | MD | ¢D2 |HSKNo. ‘Weight
MSA-M10-140-25-A100 | 3 25 | 15 | 42 | 140 19 | M10 | 38 | A100 | 3.1
MSA-M10-165-50-A100 | 3 50 | 115 | 42 | 165 19 | M10 | 38 | A100 | 32
MSA-M10-190-75-A100 | 3 75 | 115 | 42 | 190 19 | M10 | 38 | A100 | 33
MSA-M10-215-100-A100 | 3 | 100 | 115 | 42 | 215 19 | M10 | 38 | A100 | 33
MSA-M10-235-120-A100 | * | 120 | 115 | 42 | 235 19 | M10 | 38 | A100 | 34
MSA-M10-255-140-A100 | * | 140 | 115 | 42 | 255 19 | M10 | 38 | A100 | 35
MSA-M12-140-25-A100 | 25 | 115 | 42 | 140 | 24 | M12 | 45 | A100 | 34
MSA-M12-165-50-A100 | 50 | 115 | 42 | 165 | 24 | M12 | 45 | A100 | 35
MSA-M12-190-75-A100 | 75 | 115 | 42 | 190 | 24 | M12 | 45 | A100 | 37
MSA-M12-215-100-A100 | * | 100 | 115 | 42 | 215 | 24 | M12 | 45 | A100 | 38
MSA-M12-240-125-A100 | * | 125 | 115 | 42 | 240 | 24 | M12 | 45 | A100 | 4.0
MSA-M12-265-150-A100 | * | 150 | 115 | 42 | 265 | 24 | M12 | 45 | A100 | 4.1
MSA-M12-290-175-A100 | 3 | 175 | 115 | 42 | 200 | 24 | M12 | 45 | A100 | 43
MSA-M16-140-25-A100 | s 25 | 115 | 42 | 140 | 29 | M16 | 54 | A100 | 4.0
MSA-M16-165-50-A100 | 3 50 | 115 | 42 | 165 | 29 | M16 | 54 | A100 | 4.2
MSA-M16-190-75-A100 | 3 75 | 115 | 42 | 190 | 29 | M16 | 54 | A100 | 45
MSA-M16-215-100-A100 | 3 | 100 | 115 | 42 | 215 | 29 | M16 | 54 | A100 | 47
MSA-M16-240-125-A100 | 3 | 125 | 115 | 42 | 240 | 29 | M16 | 54 | A100 | 4.9
MSA-M16-265-150-A100 | 3 | 150 | 115 | 42 | 265 | 29 | M16 | 54 | A100 | 5.1
MSA-M16-290-175-A100 | 3 | 175 | 115 | 42 | 290 | 29 | M16 | 54 | A100 | 53
MSA-M16-315-200-A100 | | 200 | 115 | 42 | 315 | 29 | M16 | 54 | A100 | 55
MSA-M16-340-225-A100 | | 225 | 115 | 42 | 340 | 29 | M16 | 54 | A100 | 57

) 1. BV REBEE—FEH A B DTS4, Note) 1. In case of using modular head combined with MSA arbor,
P15~ 16MDIEEY Y| tEEEFDEEFEIEE0N apply the recommended cutting conditions sheet (see page 15-16).
2. EVAT—AY ROHESEE(SIF ML IIEP12E SBBIETLN, 2. Please see page 12 for recommended tightening torque.
3 AEDESIETREEERESENET, 3. Ifyou are in urgent need of these products, there are stock in our distributor, too.
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EIV2AS5—AYNERLDFEEIE QWUELTD

A TI2S5—Ay REDFFBED;FER  Attention to mounting head and MSN/ MGN shank holder.

EJaAS5—AYRFSHIFFIE Tightening procedure

) &R cleaning

EI1S5—AYR F—)VBEY vV I 7 —NTEE—#] (b ULIFRAF =LY+ I 7—/N\[TEEG-Body]) D& Z 7 —ICT

ERIEE L,

Remove dirt and chips with air from the connecting thread and shank holder.
2 {8 Initial Tightening

FMHICT.EI 1S —AYNFEESF —IVBEY v I 7 —NTRE—#] (BULIERF =L+ I 7 —/\[TEEG-Body | ) ikE

WHBFTRImHLTLIIZE L,

Tighten by hand until the head and the shank holder faces meet.

15 A#sheF T2 Final Tightening
ML bO—=VZNFBHULKFERR/INF (DSTA D) ICTHRENVIETH > EBERS BAMHDLTIZE L,
RN TE VT EERESRLSIZE 0,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

(X) RS € I [CIREICRRN S HIRBTHFRHD T35 RUEBL VIR T 3ERENBVET

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

A FEEEIR
1. ZANF MLV O—=ILRNF B ULEFERR/INF (DST A ) Zd SEARALK TV U TMNLIEZSERLIZETW),
2. ZNF (& FEDHIFAEICKH K W EERS B TEAHLEET W,
3. BEVAS—AYREF—IVBEY v 77— N [TBE—& (B ULIFRF =L+ T 7 —/\[TEEG-Body)) DifEZZE S & T REN BN EZHERLIEE L,
Note) 1. Only use the torque control spanner wrench or 2. Please turn the spanner wrench slowly during use.

DIJET DS type spanner wrench. 3. Please confirm that there is no gap.
- - pp—— )1 ZANFIRFEI 2T —AYRREICFRMBLTEVE B Ao BEEBROLIZTL
RLYAZ | @ NLD | ZEEWmm) ™) () 500 0 2t E R 0B 925~y ROEE (W) D&V CHEENT RS

Thread | Tightening Torque | _ Spanner size REN(EV1T—AYRTERR—VER) . (R I THEHEENUBEBHEENBIET.)

M8 16N-m 10, 12* 3. ZEEW=12(XEBR) DEY15—AvRICDEELTH. BAR/IFDS- 122 HELTEUET.
M10 16N'm 14, 15 Note) 1. Modular heads are supplied without spanner wrench.

2 2. In case of choosing torque control spanner wrench, confirm that the wrench size is match to the
M12 20N'm 1 7, 19 dimensions W & C of each modular head.
R (There are some cases that modifying the thickness of spanner wrench is necessary)
M16 25N-m 221 26 3. ¥¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches.

A TAR—R(EY15—AYRBF—IVBEIv+>I7—N) BEERFOD;ER Selection of "MSN Carbide shank holder"

NEP16BDEI 15 —A\YRZEERT BIESIE. HESY T mmEL LEEOHVTEBR—RZEEL T IEE L),
KT OO FHAHIC KL, TBE—HHIFIET BBIERNHVE T,
In case of using modular head over ¢16mm,
please select MSN carbide shank that diameter (¢01) is Tmm or more smaller than modular head (¢ Dc).
A wrong selection causes the carbide shank damage.

¢Dc—dpD1Z1mm TEE

|, JU7S52VA0.5mmI EHE
Clearance necessary
more than 0.5mm

TAE—RDERR : ¢D1
MSN carbide shank
neck diameter

YLK S ZIRETBH. J—-3 VM. I7T70-D
ERAZHERLET,

Coolant or air blow is recommended to remove the chips.

EI2AS5—AYRDHR: ¢pDc
Modular head cutting diameter !

A REFHKRIVI ~DOERDFIFIFD;ER  Caution for the mounting to shrink fit holder.

F—IVBEY vV I 7 —NITEE—8 LTI 15— A\YREREFEDRILY TER T BIEE. EV15—AvRZEF T LT, [TEE—H DH
ZREFHUTRIGIFTIRE V. AYROEWFFHE REFEHEICITOTIEE L,

When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank without mounting a

modular head together. Please mount a modular head after shrinking fit. @
) ANYRERFFEFFREFHETIENAYRPFUTIHFINCLLBRITENBIET,

Note) If it shrink fit with mounting a modular head, the head and insert will become difficult to loose.




VIYPDARARZ— “QM MAX GII” GMX /| MXG type

wiul b N M= 2 ) v Definition of corner shape for programming

~

e mvans i
Over Cut = s
L | 789> L 3—FR BUVAKE | HIVGZLE
78754 3—FR Corner radius for programming|  Over Cut Remains
Corner radius for programming o
\ » ) T R10 0o | o052
MUTELE = 2 R1.5 (B standard) 0 0.38
Remains  \ b=
\ R2.0 0.08 0.24
/ L W=32

A=A g% me s ToF5 ¢ 3l Attention for profile milling

227 1L Ramping AU 73V Helical interpolation @V —L/SZADEHSE
¢ Dh Calculation of tool pass dia.

/ ¢dc= dDh— ¢pDc
W —)VINRE TR TE&

Tool pass dia. Bore dia. Tool dia.

p\ \ O— L DYJAIEE D EAHAH
/ ! \ BEApEMIEVESICLTEEN,

B - Depth of cut per one circuit should not exceed
max. depth of cut ap.

@ — U\ ZDEESEIEZ T F1 b
1C5x 2L S REETRIVICLTLIEELY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

TER ¢Dc
Tool dia

e
/

Q7> VT AUDIVINTRHEG R REEIZEGIHIZMHRD70% LT @In case of ramping and helical interpolation, apply 70% or less

TINTLTLIEEL, feed speed from standard cutting condition table.
ORI INTEEE, Bh5 AKX R EH T ETEIZERD50%LL T T ®In case of drilling, apply 50% or less Z axis feed speed from
MMILTLIEL, standard cutting condition table.
O RV TINIECIE EELEEWIWSTHROEBZIESHNHYE  ®Llong consecutive chips may come out in case of drilling, con-
TOT. B2ITFTERLTLIZEL, firm the safe condition sufficiently.
= > S E>IIT ANYA)VjRS T
- Eﬁ[ﬁg‘gﬁuﬁl Ei;g(_tﬂja&g* 7 Ramping] Helical in/tgrpolation
e & Tooldim,| Eff Cutting | Max.depth EETg‘e{b%ﬁ) BATIAGRS (@p) RAVE | BRATUR
Cat.No. (mm) dia. of cut Maxg;am ﬁ INTEFDEIHIHRE L (mm) Min. boredia. | Max.bore dia.
(mm) (mm) an§|e 69’ ) Total cutting length at Max. ap Dhmin (mm) | Dhmax (mm)
MXG-2016-M8 16 10.1 0.7 1°36 25.1 22 30
MXG-2017-M8 17 11.1 0.7 1°36’ 25.1 24 32
MXG-3020-M10 | 20 139 1 1° 30 38.2 30 38
MXG-3021-M10 | 21 14.9 1 1° 30 38.2 32 40
MXG-+x025-M12 25 18.9 1 1°12 47.7 40 48
MXG-4026-M12 | 26 19.9 1 1°12 47.7 42 50
MXG-5030-M16 | 30 239 1 0° 54 63.6 50 58
MXG-5032-M16 | 32 259 1 0° 54 63.6 54 62
MXG-5035-M16 | 35 28.8 1 0°42 81.8 60 68
MXG-6040-M16 | 40 33.8 1 0° 30’ 114.5 70 78
MXG-6042-M16 | 42 358 1 0° 30’ 114.5 74 82
GMX-7050 50 43.8 1 0° 24 143.2 90 98
GMX-7052 52 45.8 1 0° 24 143.2 94 102
GMX-7063 63 56.8 1 0°18’ 190.9 116 124
GMX-7066 66 59.8 1 0°18 190.9 122 130
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k45 I-[[E-JL 98 Recommended cutting conditions for GMX

RYTAIARZ— RT7Z2ATTZARX/GMXF.  GMX type (facemill type)

TE4Z (mm) Tool dia.
wu A (VYN RELES 50/52 63/66
Work materials *Zﬁi O\‘lee(l’?ll‘;?]g F#% No. of teeth 7N F#X No. of teeth 7N
Grades | “jangth ap ae n Vf ap ae n vV
(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min)
( P | ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
$50C, 555C 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
B DOMBT | oyl 250 06 ~40 890 7,480 06 ~50 710 5,960
(€50, C55) 300 0.5 ~40 830 6,970 0.5 ~50 660 5,540
Below 250HB 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
T B ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
ggg%ﬂgﬂ% e 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
Die teel (Ca118P) 250 0.6 ~40 890 7,480 0.6 ~50 710 5,960
(1.2344,1.2379) 300 0.5 ~40 830 6,970 0.5 ~50 660 5,540
Below 255HB 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
TUIN—R 4 ~150 1 ~40 1,020 8,570 1 ~50 810 6,800
(Hﬁgllngé% ﬁﬁoc) JTS60P) 200 0.8 ~40 1,020 8,570 0.8 ~50 810 6,800
EKAM o stoel (1Can8e) 250 0.6 ~40 890 7,480 0.6 ~50 710 5,960
(1.2311, P20) 300 0.5 ~40 830 6,970 05 ~50 660 5,540
30-36HRC 350 0.4 ~40 830 6,970 0.4 ~50 660 5,540
TUN—R 8 ~150 0.8 ~40 540 4,160 0.8 ~50 430 3,310
(%\Kg%ﬂ% PRZ’Cl) 200 0.6 ~40 540 4,160 0.6 ~50 430 3,310
Vold steel — |/C8118(P) 250 0.4 ~40 510 3,210 0.4 ~50 400 2,520
(1.2311, P21) 300 0.3 ~40 480 3,020 0.3 ~50 380 2,390
38-43HRC 350 0.3 ~40 480 2,690 0.3 ~50 380 2,130
BEANSR ~150 0.6 ~40 540 4,160 0.6 ~50 430 3310
(SKngzD/ngI_?RHCA) 200 0.4 ~40 540 4,160 0.4 ~50 430 3,310
H"fdﬁeneé Ui steel [/C8118(P) 250 0.2 ~40 510 3,210 0.2 ~50 400 2,520
(1.2344,1.2379) 300 - - - - - - - -
42-52HRC 350 — — — _ — — _ _
% ~150 1 ~40 1,150 12,080 1 ~50 910 9,560
- Ar(g%gﬁgiﬂ 200 0.8 ~40 1,150 12,080 0.8 ~50 910 9,560
GreyENodularcasﬁmn JC8118(P) 250 0.6 ~40 1,020 10,710 0.6 ~50 810 8,510
(GG, GGG) 300 0.5 ~40 950 9,980 05 ~50 760 7,980
Below 300HB 350 0.4 ~40 950 7,980 0.4 ~50 760 6,380
25 LR ~150 0.8 ~40 760 5,320 0.8 ~50 610 4,270
(SUS304) JCT5600) 200 0.6 ~40 760 5,320 0.6 ~50 610 4,270
E§3_250HBLX'F (C8alP)) 250 0.4 ~40 640 4,480 0.4 ~50 510 3,570
Stainless steel 300 0.3 ~40 640 4,480 0.3 ~50 510 3,570
Below 250HB 350 03 ~40 640 3,580 03 ~50 510 2,860

0 BRELRYE, ap: MiAMDYBAKRRE, de: FEAMDIPAHFRE, N : TEEELRE, Vf:X)RE
2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

BERALEDFESERA
1) EEEDUIRIRMEIS RIS KOT— 7RIS CTRBIEL,
2) VUYL HEELIISRIE TDARRREZ LEBEL) EZL TR EWN BB VIBEEDREZ T TERLEEL,
LA EYDOZEYEIFEZHWNTLREN,
3) WRBNTRRDBEIE. FTAHFREZZLTLIEEWN RIENE LU VIZ TIF TRALIEEL,
4) T7—7O—CEINKTREDIBZTTOTLEEL, FHI IFEMCTDF v ETA I T K FRIBISERSIEL,

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.




PYDARARR— “QM MAX GII” GMX / MXG type

#3451 [E-15 88 Recommended cutting conditions for MXG and MSN

RYIARAZ—TT1T5— Y R/ MXGH, + BE—B (ETV15— Y RBEA—VBEZ v >777—/\)  MXGand MSN type

TEZ (mm) Tool dia.

wukt  [((VI-h 16/17 20/21 25
Work materials & FEX No.of teeth 2N FEL No. of teeth 3N FEX No. of teeth 3N
Grades Y] ap ae n Vf Y] ap ae n Vf Y ap ae Vf
(mm) (mm) (mm) (min™) [(mm/min)] (mm) (mm) (mm) (min™) |(mm/min)] (mm) (mm) (mm) (min”) |(mm/min)
(Ssmgzcﬁsﬁslﬂsc) ~50 | 08 | ~10 3,580/ 8590| ~60 | 0.8 | ~14 |2,860 |10,300| ~75 | 0.8 | ~19 |2,290 | 8,240
FEE 250HBLLT | JC7560(P) — ~ —
Gonsee (e 80| 06 | ~10 3,580 859| 100 | 06 | ~14 286010300 125| 0.6 | ~19 2,290 8240
Beo s 120 | 06 | ~10|3,180| 7,630 140 | 06 | ~14 2,550 | 9,180 175 | 0.6 | ~19 | 2,040 | 7,340
o | 50| 08 | ~10 3,580 | 8,590 ~60 | 0.8 | ~14 | 2,860 10,300 ~75 | 08 | ~19 |2,290 | 8240
(LDiesteeI " o 80| 06 | ~10 3,580/ 8590| 100| 06 | ~14|2860 10300 125 | 06 | ~19 2,290 8240
- 120| 06 | ~10|3,180| 7,630| 140 | 06 |~14 |2550| 9,180 175 | 0.6 | ~19 |2,040| 7,340
jIJ/\_F\\/ﬂﬂ ~ ~ ~ ~ ~ ~
Gy | 50| 08 | ~10 3,180 7,630| ~60 | 08 | ~14 2,550 9,180 ~75 | 0.8 | ~19 | 2,040 7,340
(‘R,gdst;zeé) Jcreti | 80| 06 | ~10 3180 | 7,630| 100 | 06 | ~14 2550 9180 125 06 | ~19|2,040 7340
e 120 | 06 | ~10|2590 | 6,220 140 | 06 | ~14 2,070 7,450| 175 | 0.6 | ~19 | 1,660 | 5980
7')/\_F\/ﬂi_| ~ ~ ~ ~ ~ ~
g o 50| 06 | ~10 1,890 | 4,160 ~60 | 0.6 | ~14|1,510| 4980 ~75 | 06 | ~19 1,210/ 3,990
RE38-43HRC |jcgngp| 80 | 05 | ~10 | 1,690 | 3,040 100 | 05 | ~14 1,350 | 3,650 125 | 05 | ~19 1,080 | 2,920
(12311, P20 120 | 05 | ~10]1,500]| 2,860 140 | 05 | ~14 1,270 3.430] 175 | 05 | ~19]1,020] 2,750
JEANER ~ ~ ~ ~ ~ ~
b bon 50| 0.6 | ~10 1,890 4,160| ~60 | 06 | ~14 1,510 4,980 ~75 | 0.6 | ~19 | 1,210 3,990
H?rd;neddiest%el scenee| 80| 05 | ~10 1,690 3040 100| 05 | ~14 1350 3,650] 125| 05 | ~19 1,080 2,920
12308, 12379 120 | 05 | ~10 1,500 | 2,860| 140 | 0.5 | ~14 |1,270| 3,430 175| 0.5 | ~19 |1,020 | 2,750
RS ~50| 1 | ~10]3980[11,090| ~60 | 1 | ~14318014310[ ~75| 1 | ~19]2550][11,480
BEE300HBLL T ~ ~ ~
Gorataiprssion scsns®| 80| 08 | ~10 3,980 /11,940| 100 | 08 | ~14|3,180[14310] 125| 08 | ~19|2550 11,480
e 120 | 06 | ~103580| 8500| 140 | 06 | ~14|2860[10300] 175 | 0.6 | ~19]2290] 8240
27V LR ~50 | 06 | ~10 2390 4780| ~60 | 06 | ~14|1,910] 5730] ~75 | 06 | ~19 1,530 4,590
(SUS304) JCT560(P
RE250HBLLT Pl g0 | 05 | ~10 239 4780| 100| 05 | ~14|1,910] 5730| 125| 05 | ~19 1,530 4,590
Stainless steel (ca118(p)
Below 250HB 120 | 05 | ~10|1,990 | 3,180| 140 | 05 | ~14 1,500 3820] 175 | 05 | ~19 1,270 3,050

0 IVRIVRELRESE, ap: HiAADYHAFRSE, de: FBABEDYIAFRSE, N : TEREERE, Vf: XURE
£ :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N : Spindle speed, Vf: Feed speed

BEALEDIESIA

1) EERDTIHIRAE RIS KO T —IBIEIE SR EL,

2) CUUDRELISEIF AR RE T LEEELVEELTKREWVN 5L IEEERREZE TP CEREEL,
FELOHABYDZEYEBIFEZHWNTLEL,

3) WRBI N R RDHZEIF. FTAHRREZ R LTLIEEV RICNB L UVIE TIFTERBLIEEL,

4) T7 =7 0= FIIN KT REINIEZ T TLEEW, BT IIEMCTDF v ET AT TR CFRIBITERSIZEL,

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.



k45 )-[E-JL 98 Recommended cutting conditions for MXG and MSN

RYIARIAZ—TI 15— Y/ MXGH, + TBE—E (T 15— \v FRA— VBB v+ > 7—/\)  MXGand MSN type

TEZ (mm) Tool dia.

wuA (VI b 25/26 30/32/35 40/ 42
Work materials & FEL No. of teeth 4N FEL No. of teeth 5N FI#EL No. of teeth 6N
Grades [ ¢ ap ae n vV 7 ap ae n Vf y; ap ae n Vf
(mm) (mm) (mm) (min") [(mm/min)| (mm) (mm) (mm) (min') |(mm/min)] (mm) (mm) (mm) (min") |(mm/min)
(szcis%ﬂgc) ~75| 0.8 | ~19 |2,29010,990| ~90 | 0.8 | ~25 | 1,910 |11,460{~120| 0.8 | ~32 | 1,430 (10,300

FEE250HBLLT | JC7560(P) — ~ =
Cabonstedl |ucsisen| 125 | 06 19 2,290 [10,990| 150 | 0.6 | ~25 | 1,910 (11,460 200| 0.6 32 | 1,430 |10,300

(C50, C55)

Below 250HB 175 | 0.6 | ~19 | 2,040 9,790 210 | 0.6 | ~25|1,700(10,200| 280| 06 | ~32|1,270| 9,140
ﬁgiDz%]éﬂ(BD&]—)F s 75| 08 19 | 2,290 [10,990| ~90 | 0.8 25 1,910 |11,460|~120| 038 32 | 1,430 10,300
ot icongen| 125 | 06 | ~1912,290(10,990| 150 | 0.6 | ~25 1910 11,460( 200 0.6 | ~32 1,430 10,300
Below 255HB 175 | 06 | ~19 |2,040 | 9,790| 210 | 0.6 | ~25 | 1,700 |10,200| 280| 06 | ~32|1,270| 9,140
TUN—R/] ~75| 0.8 | ~19 | 2,040 | 9,790 ~90 | 0.8 | ~25 | 1,700 [10,200|~120| 0.8 | ~32 | 1,270 | 9,140

(HPM7, PX5, P20)
REE30-36HRC | JC7560(P)
Mold steel (Jcsna(P)

12311, P20} 175 | 06 | ~19 | 1,660 | 7,970 210 | 0.6 | ~25 1,380 8280| 280| 0.6 | ~32|1,030| 7,420

125 | 0.6 | ~19 /2,040 | 9,790 150 | 0.6 | ~25 1,700 (10,200 200, 0.6 | ~32|1,270| 9,140

(NAKSO, HPMT, P21) 75| 06 19 [ 1,210 | 5,320 ~90 | 0.6 25 [ 1,010 | 5,560(~120| 0.6 32| 760| 5,020

B 38-430RC |ycange)| 125 | 05 | ~19 (1,080| 3890| 150 | 05 | ~25| 900 | 4,050| 200, 05 | ~32 | 680| 3,670

12311, P20 175 | 05 | ~19 (1,020 3,670 210 | 05 | ~25| 850 3,830| 280 05 | ~32| 640| 3,460
BEANEE ~75| 06 | ~19 1,210 5320 ~90 | 06 | ~25 |1,010| 5560{~120| 0.6 | ~32| 760 5,020

(SKD_SL DAC, DHA)
JEEA2EHRC |y cagp)| 125 | 0.5 | ~19 1,080 | 3,890| 150 | 0.5 | ~25| 900 4050| 200 05 | ~32 680| 3,670

01,2344, 1.2379) 175 | 05 | ~19 (1,020 3,670| 210 | 05 | ~25| 850 3,830| 280 05 | ~32| 640| 3,460

(gﬁcf FéﬁD) ~75 | 1 ~19 | 2,550 |15,300| ~90 | 1 ~25 12,120 |15,900{ ~120| 1 ~32 | 1,590 14,310

REE300HBLLT ~ ~ ~
ey & ot catiron ['CBT18(P)| 125 | 0.8 | ~19/| 2,550 15300 150 | 0.8 | ~25 2,120|15900| 200/ 08 | ~32 159014310

s 175 | 06 | ~19 2,290 (10,990 210 | 06 | ~25 |1,910|11,460 280 06 | ~32 | 1,430 10,300
2572 LAS ~75| 06 | ~19 1,530 6120[ ~90 | 06 | ~251270 6350(~120] 0.6 | ~32| 950| 5700
EELY(%?I-?‘B‘)LX'F o 125 05 | ~19 1530 6120 150 | 0.5 | ~251,270| 6350| 200 05 | ~32| 950| 5700
Baow 25018 175 | 05 | ~19 1,270 | 4,060| 210 05 | ~25 1,060 | 4240 280 05 | ~32| 800 3,840

0 :IVFIVEHLES, ap: HAEDYHIAIFESE, de: ERARADYIAHFEE, N TEEEGRE, Vi XURE
2 :Overhung length, ap:Axial depth of cut, de:Radial depth of cut, N :Spindle speed, Vf:Feed speed

BERALEDFESEEA
1) EEEDUIRIRMIS EHBIES KOT— 7RIS CTREBIEL,
2) VUYL FELELIISRIE TDARREZ LEBEL) EZL TR EWN BB VIEEDREZ T TERLEEL,
LA EYDZEYEIFEZHWNTLREN,
3) WRBNTRRDBEIE. FTAHREZZLTLIEEWN RIENE LU VIZ TIF TRALIEEL,
4) T7—7O—CEEINKTRREDIBEZTTOTLEEL, FHI IFEMCTOF v ETA I T FRIBISER S EL,

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.
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Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IHDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Shanghai 200122, China 322, ARCADIA
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IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Thane (W) 400 607, India
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Dongguan City, Guangdong Provence, 523850 P. R., CHINA IDIJET Incorporated (U.S.A.)
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o A 1— 1— TEE
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CHEALEDERE TaERSCTRAVRELDIC
C ONE G TERALBNTLEE V. @XEREFEPRITOH D TRRF}MEALEN TS,
O T DR, BEMECLBT HICTERLEE W X RERFPRENN—ZTEALIZT V.
WARNING: °Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* oCutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

OILEMHIF WEDHTERLEEIHTENGBUET . Specification shall be changed without notice.
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