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Possible to high feed machining and shoulder milling.

M m EXM/MEXF

BE7&217 (B%Y /BHEIYIMIA): $50 ~ 63
NEW PRODUCT B v o%147 (BEYMIME): 032~ 040

WMEY215-4%47 (F&Y /BHIYVMIA): 632~ ¢42

=X YUIMIAHF type |

BHYIINIA SM type
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Both high feed machining and shoulder milling is possible by using same insert.

HAERYARE o) BA2ZMMOSHEES R Y NI roetHF 217
EmH - 5 - BIMIORBAIY NI T#sSMs 17,
EHOANEG—A Y — | THETE, 2 FLEIMTICHE,

2 types of holder is available by using same insert:
HF type for high feed machining, Max. depth of cut (ap)=2mm is possible.
SM type for shoulder milling, possible to facemilling, vertical wall milling, and corner milling.

HF 247 (BZYMIA) SM %47 (IREIYINTH)

HF type for high feed milling SM type for shoulder milling

Groove for
identifying SM type

- - _ = ‘ Max. ap=3mm
R2

EXM-HF #2 EXM-SM #2

MEX-HF #2 MEX-SM #2

oy—-rFEERAT 60— FLHk<

gxn, IMNEAL T —boB TR
LVEBREMIHTE. / . ﬂﬂ;ﬁﬁjﬂﬁ? .

Economical double-side insert (6 corners).
Due to multi blades specification, achieved high efficient machining.

1 o9—haRERY 7T 1 IViEEsEm.
foY— 2R L1 ACHBICEETSE. YEIERICES

1o —hrEE ez, BELREFn%ERR,
Due to dovetail-shaped binding face, movement of inserts which
occur by cutting force is prevented only single screw clamping.

7571 NiiEE

Dovetail-shaped
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2 insert grades are available: PVD coated grade “JC8050” achieved both fracture toughness and wear resistance
PVD coated grade “JC8118” provided high versatility and can be widely applied such as general & mold steel
and high hardened die steel less than 50HRC.

.
® 1 Y — M FEE A EE Application , /

ISO P01 P10 P20 P30:P40|MO01:M10: M20: M30: M40| K01 {K10 | K20: K30|HO1 {H10 | H20

I - @milll

Applicable
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HF 247 (BXYUIMIA)

HF type for high feed milling

SM%a«7 (IBEIYINIA)

SM type for shoulder milling
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] Hl 1% RE Cutting performance

OFHE (EHEYmT)

Tool life comparison (for high feed machining)

#wWHEI# - PX5
{S Rt - SZFZMC

@ T EZ Tool dia. :

Material Mold steel (P20)

Machine Vertical MC

@ tHI S Cutting conditions @ 1HHIZTHMI
Vc=200m/min, fz=1.5mm/t Test by one insert
ap=1.5mm, ae=22mm

@®UP & DOWN CUT,

I 7 7 H— Airblow

¢p32BEYRALT
(MEX-2032-HF-M16)

0.6

05-{=—=D 11 [F &5 5 Competitor D

== DIJET _arge wear DlJET

0.4 Viad
PR 120m
EHEEE

0.3 /
(frdszar)
0.2 ~ Normal wear
/./’ (still able to
continue)
0.1 A

0 20 40 60 80 100 120
MO & (M) Cutting length

RAHXITEEFEE (mm) Max. flank wear
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1. &% YIMIZEH 1. High feed machining on steel for structure

<EfHE EDFEFI I > Roughing slope surface

£ ¥4 Part name KEFEH®AEER Large welding jig
WA T A Work WEI# Material SS400 Steel for structure
& Hardness —
& Tool No. EXM-5050R-HF-22 ( ¢ 50)
TE o0l
A 28— M Insert No| WNMUO70620ZER-PM (JC8050)
i1
Il n 800 (min™)
Cutting speed | v 125 (m/min)
BYEE Vi 6,000 (mm/min)
Fary Feed speed 2 15 (mm/)
5 B Result Cutting conditions
y e n ap 1.5 (mm)
L2ImMIZLBFAETESD, titthyF EHBELS VY — . 5
a—F %156 (WA —F-AEEI—F) 28 Y, TEEER. : o
After 427m, still able to continue. Compared with competitor, tool cost can be 2 —5 > b Coolant S} ER#AH External
reduced, due to increase number of insert corner (from 4 to 6 corners) . [ A achine SFMC Vertical MC

2. 5% Y +EHIYMIZEH 2. High feed machining to shoulder milling on mold steel

<EFBEWCREMNIOBREZET 2HEIFOIMTERZRRZE> Removal of machining steps in case of work material with slope & corner milling

DHF 2 4 Tk 2% EHRMT @sSM% 1 Tz & R RE ML DT
Contouring milling of slope surface (by HF type) Copy milling of slope surface (by SM type)

T ARAR ML DT

/copy milling

EE+EHIYMT
face milling +
shoulder milli

EEmT

contouring milling

E

JKEMT

face milling

XD & £ EH LE Soverhung length 98mm

25 Part name F A FE—R Test piece
AT A4 Work WA Material PX5 Mold steel (P20)
TE & Hardness 30-36HRC
8 & Tool No. @ MEX-2032-HF-M16 (¢ 32-2N) + MSN-M16-55-S32C | @ MEX-2032-SM-M16 (¢ 32-2N) + MSN-M16-55-S32C
T & Tool
A 2t — b Insert No| WNMUO70620ZER-PM (JC8118) % MD@TH—4 »H— rDE—a3—F+A  in case of 1D2), using same insert corner
n ] ]
UJEUEE @ 1,500 (min™) @ 2,000 (min™)
Cutting speed | v/ 150 (m/min) 201 (m/min)
g Vi ; .
$ Y 3,600 (mm/min) 1,000 (mm/min)
s Feed speed fs 1.2 (mm/t) 0.25 (mm/t)
Cutting conditions
ap 0.8 (mm) 0.3 (mm)
ae 14 (mm) 1 (mm)
49— > k Coolant S} ER#AE External A& T 7— Air blow (Internal)
3 M Vachine SLMC Vertical MC

NYERKERRWNDTAHETHIYELES MIERE) ZRELY-GHLEFRZELRKEETNITE, RIBEORRLL

FMINERELERR, SHICA—AVYF—F2HEVEILTESH,. IEBOHIBSLUVIENT V=V X 4B
Possible to removing the machining steps by using HF/SM type separately, therefore achieved high-accuracy in final finishing. And, due to using the same insert,
reduce the type & the running cost of the tools.
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Line up

QE7HA4TI54R

Facemill type é Db
¢d =, L
@/ —J 2 hRFE &35 Parts
a a Through coolant hole 5 Fh it L >F Wrench
Clamp screw |15 not be included)
= TSW-410H A-15T
5 5
NS
\\‘\
\<\>\
N
® =0 .
& Ak #E ML (N-m)
Clamp screw Recommended torque
¢ d1 R2 TSW-410H 35
¢ Dc
&
QAEKMHFE AT : ZEYMIA) Body (HF type for high feed milling) -
5 sti% (mm) Dimensions HIEA S H— k
af & EE | A% ‘ ¢ g e
Vi iz T N . T7—/\Atvy kAL b (kg)
% et o Stock|No. ol ope | Lt | oD | @d | sd1 | a | b | ¢ Set bolt Weight
§§ EXM-5050R-HF-22 [ ] 5 50 50 40 22 | 165 | 104 | 6.3 20 M10 RERAFEARIL k 0.38
S 5| EXM-5052R-HF-22 | % | 5 | 52 | 50 | 40 | 22 | 165 | 104 | 63 | 20 M10 IS | g9 | WNMUOTOO20
o -::rr Head cap screw -
@ X | EXM-6063R-HF-22 | @ 6 63 | 50 | 48 | 22 | 17 104 | 63 | 20 M10 (JIS Standard) | 0,64
@ : A —H—FEEF Standard stockitems ¥ : FBIVEIRY FEHE WREAI108 ~2:BRFEE)  Stock in Europe. (14 days delivery upon ordering)
E) 1L BRI VY — FEEARATHY FRA, 2 KECLUFEEUY 52 FRUBEHEHLH (MOLY) FHELTEY ELA BIF) .
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY.
¢ Db
od QU —F U hRITE B & Parts
Through coolant hole 2352 The L >F Wrench
a o Clamp screw  |(RlI5E not be included)
‘ SN TSW-410H A-15T
[ I | XSME A FICIFHABOEN TV TVES
J T - —
1 R i Difference of looking in HF type and SM type
/‘ for tool proof.
J 252 7Rt HRE LY (N-m)
Clamp screw Recommended torque
R2 TSW-410H 3.5
&
Q Z'KMK (SM 9 ’r 7.8 ﬁlj U j]l] I FH) Body (SM type for shoulder milling) e =T
5 sti% (mm) Dimensions SISA S — b
X BE & | 0% . . = inserts
i 7 N . 7—\AEy bRV~ (kg)
% Cat o Stock | No- Ol oDc | Lt | oD | @d | sd1 | a | b | ¢ Set bolt Weight
§§ EXM-5050R-SM-22 [ J 5 50 50 40 22 | 165 | 104 | 6.3 20 M10 RERAFEARIL k 0.39
S 5| EXM-5052R-SM-22 | * | 5 | 52 | 50 | 40 | 22 | 165 | 104 | 63 | 20 M10 IS | ggq | WNMJOTOS20
@ 2‘ Head cap screw -
@ X | EXM-6063R-SM-22 | @ 6 63 | 50 | 48 | 22 | 17 104 | 63 | 20 M10 (JIS Standard) | 063

@ : A—H—TEE Standard stock items ¥ : FBHIRY FEH (FREA108 ~2:BRFEE)  Stock in Europe. (14 days delivery upon ordering)
SE) 1L RIKICA oY — FIERATHY FEA, 2.ARKITLUFREVI S TR UBESMAEFHLEE (MOLY) FHELTHYELREA (BIFE) .

Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY.

O : EEMNEHYREREE Soon to be deleted

[ @ : A—H—7EES Standard stock items © : sEETEESR Soon to be stocked
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Line up

QDiv 84T ITISAA @9—5 rRftE

End Mill type Through coolant hole
O LREJDc=p3205& @TEE$Dc= ¢35 400HE
a
hsl
8  ——_—.39_- g
9 S
4] 1s
2 Is L
L

" &7

BHEIANT AUAIVIIT

QAAKMHFEA T : BEEYMIFA) Body (HF type for high feed milling)

&

© 2 32 | 30 70 | 80 | 150 | 29 32 | 15
© 2 32 30 | 120 80 | 200 | 29 32 | 06°
© 3 35 | 40 - 110 | 150 | 31 32 -
WNMUO070620ZER-PM TSW-410H A-15
© 3 35 40 - 160 | 200 | 31 32 -
© 4 40 | 50 - 100 | 150 | 35 32 -
(©)] 4 40 50 - 150 | 200 | 35 32 -
© : EBTERE & Soon to be stocked
SE) LARLFISA oY — FIEARATHY FA.
2. LYFHEVI S TRUHEEMHEMHLA (MOLY) FARKIZHBLZLERA RIF) o BEBRHIFZE,
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY.
TSW-410H 3.5

® : A—hH—7E& Standard stock items © : ;EBTEES Soon to be stocked o EENGERYREREE Soon to be deleted ]
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Line up

QEC215—~AvKRE4A4T
Modular head type

—5 Il by Ak M HELLY (N-m)
G'B@d‘y 07— FRiFE Clamp screw Recommended torque

Through coolant hole

TSW-410H 3.5
W C, MD
g 0 &
) i S

R2/ Lf

QKP’S (HFI)T 'f 70 . _I%_J‘E "J ﬂDIFﬁ) Body (HF type for high feed milling)

sti& (mm) Dimensions I ;e Parts
A 4 — = 5 5
T wE | % . 95v7RL | LvF Wrench
% G Clamp screw (BlI5E not be included)
Cat.INo. Stock |N9- O oDc | Lt | eDb | MD | C | W ‘

& | P

WNMUO070620ZER-PM TSW-410H A-15

MEX-2032-HF-M16 ([ 2
MEX-3035-HF-M16 ([} S 35 | 43 | 29 [ M16| 12 | 22
MEX-4040-HF-M16 ([ 4 40 | 43 | 32 | M16| 14 | 26

MEX-4042-HF-M16 * 4 42 | 43 | 32 | M16| 14 | 26

@ : A —H—TEE Standard stock items Y : B Y FE T (WHA108 ~2:BRFEE)  Stock in Europe. (14 days delivery upon ordering)
E) 1LARKISA DY — FRBERATHY EA. 2 FECLOFEIVI S0 TR UREFEHLER (MOLY) BERLTEYEEA (BIF) .
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY.

32 43 29 | M16 | 12 22

G-Body B L BN AN+ REOCGNREICL Y | REBEE65HRCLLE EEBEMN DBERICKRCERIET, RMEMARS L UVTEFHEAERRLL0%
L7y T, BEAMIZHICERAZREBLET, 512, OYKTORE. HORELMHTIHRELHYET,

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.

@/ —J U hRIFE XSME A FISFBAADENMTNTNET
Through coolant hole Difference of looking in HF type and SM type for tool proof.
MD
=
- s .@

FEHY EHlY (3—FR)

Q Z'KMK (SM 9 ’f 70 . Eﬁlj [’J ﬂDIFﬁ) Body (SM type for shoulder milling)

@HIY AUAJLINIT
<ti& (mm) Dimensions . & Parts
" ATk #5vFRL | LF Wrench
A e | A Clamp screw (%5 not be included)
Cat. No. Stock [N 9fl pc | L [eDo | MD | C | W S

inserts

& | 7P

WNMU070620ZER-PM TSW-410H A-15

MEX-2032-SM-M16 [ J 2 32 | 43 | 29 | M16 | 12 | 22
MEX-3035-SM-M16 [ J 3 35 | 43 | 29 [ M16| 12 | 22
[ ] 4 40 | 43 | 32 | M16| 14 | 26

MEX-4040-SM-M16
MEX-4042-SM-M16 * 4 42 | 43 | 32 | M16 | 14 | 26

@ : A —H—FEESR Standard stock items Y : MBSV Y FE S 108 ~2:BRIFERE)  Stock in Europe. (14 days delivery upon ordering)
E) 1L AKISA DY — FEHERATHY FRA, 2 KERISLUFELVY S TR UBEMEHLEA (MOLY) ItELTEY EEA (BIF) .
Note) 1. All cutters are supplied without inserts. 2. All cutters are supplied without wrench & MOLY.

[ @ : A—H—7EES Standard stock items © : iEATEER Soon to be stocked O : TEEMECIEYREFEE Soon to be deleted
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EIIIH; Line up
Q@ i1 o — b

Insert

PVDa—F 4 >4 .
wE e | PVD coated T (mm)

Cat. No. [Toleranc JC8050 JC8118 A T le

Dimensions

WNMU070620ZER-PM M ([ [ ] 1.2 | 64 2

@ : A—H—7E[E S Standard stock items 17 —Z10BAY TT, 10 inserts per case

@1 H—FDOHAIZDLT /
HEBSLILA VY — FROEDY DT~ REBYET ./,

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

Q TEE— (£v25—~y FRA—LBES v L2 F—/%)
MSN Carbide shank arbor

BT RI)LIv 2P B AT Endmilshank type e WX kL— k7—/\% A 7 Straight arbor type

@Y —7F 2 b7UtE Though coolanthole @ EBEZERANTL For high productiviy @49 — T > k7T Through coolanthole @ = BEZR AN T For high productivity

EEEmese— T

602 5= FAE Coolant hole dia $D2 COZ;,?;,\:TE g ¢D2: 7—5 2 FARE Coolant hole dia.
i \
2 sti& (mm) Dimensions B8 2 sti& (mm) Dimensions =
cat R Ko oDs| &1 | L [sD1[en" [MD[oD2|(, Fig. cat N o 6Ds | L | MD | ¢D2 EVii;kﬁg
MSN-M16-25-S32C @ | 32| 25| 90| 29 | - 0._£.55 1 MSN-M16-160S-S28C [ ) 160 1.22
MSN-M16-55-S32C ® | 32| 55120 29 | - 1.13] 1 MSN-M16-230S-S28C [ ] 28 230 M16 8 1.77
MSN-M16-77-S32C ® (32| 77157 29 | - 147 1 MSN-M16-310S-S28C [ ) 310 2.41
MSN-M16-97-S32C ® (32| 97 |177| 29 | - 164 1 MSN-M16-157S-S32C [ ) 157 1.61
MSN-M16-105-S32C @® | 32 |105|170| 29 | - 159 1 MSN-M16-217S-S32C [ ) 217 2.22
MSN-M16-117T-S32C ® | 32 | 117 |197| 29 |0°38' 188 2 MSN-M16-287S-S32C [ ] 32 287 M16 8 2.94
MSN-M16-127-S32C @ | 32 127|207| 29 | - 1.89| 1 MSN-M16-357S-S32C [ ) 357 3.66
MSN-M16-127T-S32C @® | 32 (127|207 | 29 [0°30'| M16| 8 |223| 2 @ : A—H—TEES Standard stock items
MSNA16-155:532 | @ | 52 155 220 20 | - 2w 1B v ronmenn e se e,
MSN-M16-177-S32C @ | 32 |177|257| 29 | - 232 1
MSN-M16-177T-S32C @ | 32 |177 | 257 | 29 |0°2% 278 2 Eggfgﬁs%ﬁi?*‘/']*fd@?—/( [BTHSK> v > 9 54 T])
MSN-M16-195-S32C @® | 32195|260| 29 | - 240( 1 Please scan the following QR code for the other arbor
MSN-M16-197T-532C | @ | 32 |197 | 277 29 |023' 300] 2 (MSA type infegrated carbide shant)
MSN-M16-225-S32C @ | 32 225|290| 29 | - 257 1
MSN-M16-245-S32C @ | 32 |245|310| 29 | - 274 1
MSN-M16-295-S32C @ | 32|295|360| 29 | - 317 1

Q 7EE G-Body (£v25—~v FERF—1L w25 7—%) MGN G-Body steel shank holder

@SN OMAKIZENSG-Body @ 3—h44A T
OLEH LEIANELVIIITORMIE DY < FHEAH Z A2 L DIEEIZIE.
AR MITH—I VRIZHEN=TEEG-Body (RF—ILI vy ) EHEN=LES,

¢D2: U —5 2 FyuBolant hole dia

MD

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

@Short type - - ——

@ Cost-effective and high strength steel shank holder. ‘ i

\ u |
S . L
BIYRI LYY 2D %4 T Endmil shank type |
@7 —7 > LyUTE Through coolant hole i HEE & (mm) Dimensions B8 ko)
Cat. No. Stockl¢Ds| #1 | L |¢D1|6n° | MD [¢#D2| Weight

G-Body; MGN-M16-37-832 ® 3237 10729 - [mt6] 6 | 056

MGN-M16-77-S32 @ | 32|77 157 29 | - |M16| 6 0.83

E) 1. EVa 57—~y FEFEREG-BodyABHERDEIHIEMEE. 1M1-21X—SORENHIFHRZEZOEFERCLZEL,
2. EVa T~y FOMRMA T LI FIR—DF TBBIEZED,
Note) 1. In case of using modular head combined with MGN steel shank holder, apply the recommended cutting conditions sheet
(see page 11-21).

2. Please see page 9 for recommended tightening torque. 9

® : A—h—7%[ESH Standard stock items © : EB#EES Soon to be stocked O : EEIGAYREREE Soon to be deleted ]

' @ : A —H—TEEF Standard stock items
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EV15—AY KEALOFE=E P

A EDaT7—~Av F BRYFFITEDEE Attention to mounting head and MSN/ MGN shank holder.

BED 35—~y F#EDHTIFTFIE Tightening procedure A SEEEIE NOTE
@i&## Cleaning \ 1. RRFERLY Y RA—LRAF, §LCABAASF (DSHA
EDAT—AYFR A—LBED YOI T—/\ [HEE— 7) EUTHEACESY QT MV EESRESLY)
]l (LLLERF—ILS vy 77—\ [7EEG-Bodyl ) 2) x/iﬂi_, ﬁ&)1ﬂ‘lff7iﬁ]l:rbo( Ut@iﬁéﬁr*ﬁf)(f:’éb\u
OmET7—STRRCESL, o aap s B
Remove dirt and chips with air from the connecting thread and face of AR EARRCESL, T
modular head and MSN/MGN shank holder. Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench.
2. Please gently apply pressure on wrench.
@ﬁ%ﬁ&) Initial Tlghtenlng 3. Please confirm that there is no gap between MSN/MGN shank holder and modular head.
FHOICT, EL25—Ay FREELF—LBEY YUY (RO A CC I
7—n Fiﬁlﬁ_ﬁ(.ﬂ (3 L < (ix?—)b:/*’>77—/< Thread Tightening torque Spanner size
_ " - R M6 8.0N-m 8%

[FAEIG-Body] ) #HEIA L1 5% TIRM® L T EE L, 5 o o 12%
Tighten by hand until the head and the shank holder faces touch. M10 16N - m 14.15
@2&%%&) * Fx v Final Tightening M12 20N - m 17,19
L2222 bR—LRNFTE LLIEERR/NF (DSE A M16 25N + m 22,26

) IZT, MERLIETHD oY LREEESEARKEDLT H) 1 RAAFEED 25—~y FAREHBLTHY F8A, ABBRH LT,

2. PLY AV PA—LARTEEORIG. EV2T—~Y FOZEE (WHH) BLU

KFZEW, BEMNGEWT EZHEREEEL, CTEEBTCRRCESL (BEV2T—~y FTERA—USHE) ,
. : (RFICE2TREAMBENBELBHHEENHYET, )
Tighten slowly with torque ConFroI spanner w.rench or DIJET DS O T G T oo oL IR
type spanner wrench and confirm that there is no gap. DS-8% L < [4DS-12% CHBLTHYET.
+ By — s S B o Note) 1. Modular heads are supplied without spanner wrench.
(’I) ﬁﬁ&)ﬂ--& [CdmE (< B'%Fﬁﬁ ) ﬁ %’ '{kﬁ"f‘—c Kﬁ&')'ﬁ' é & > 2. In case of choosing torque control spanner wrench, confirm that the wrench
R YT AERENAHY T, 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)

Attention : Final tightening without initial tightening cause 3. % mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

connecting thread damage.

Aﬁﬁlﬁl—ﬁﬁ (BEVaT5— A~y FRAAT—IBEL ¥ U 7—/\) EERDEE Selection of "MSN Carbide shank holder"
HEGIGBDES 17—V FEFERTIESE. HAELVIMMRUEEROMHVER—RBEE8EL T3,
Y KT OWAHRAAHZKY . THE—BHIITET HBERVHY ET,

In case of using modular head over ¢ 16mm, please select MSN carbide shank that diameter (¢ D1) is 1mm or
more smaller than modular head (¢ Dc). A wrong selection causes damage to the carbide shank.

dDc-¢dD1=1mm T:EE
7175 R0.5mmLl EHE

Clearance necessary
more than 0.5mm

TAE—HMDERE : $D:

MSN carbide shank
neck diameter

YLK TERET DD, y—F 2 k.
I7JA—DOFEREHELET,
Coolant or air blow is recommended for
flushing the chips.

EVAT—AYEFDAFE: ¢Dc
Modular head tool diameter

A BEEIEDRILTADIY fFIFBFDFEE Caution for the mounting to shrink fit holder.

F—LBREY Yy VI T—N [FEE—H] EED25—AY FEREEHRLLITERT IREF. EXV217—~y FEIF
FLTC. MBEE—&] OAZHEEEHLTRYMFTLEEL, Ay FORYFFIE, BEEDRICTo>TILEL,
When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank
without mounting a modular head. Please mount a modular head after shrinking fit operation.

E) ANY RERIFEEFERZFEOETIE. AY RO Y —IRETHITK BRI ENBY ES,

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.
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7095 LEEENDI—FRIKEE xurs«7 @RUMIA) EEE

Definition of corner shape for programming (in case of using HF type)

Bz s
AAHE
OVER cyr

FAYSLA—FR | guasE DL !
C‘:{,’},‘g,;?ﬁ;‘:ﬁ,;” Over cut Remains
R3.0 (E& standard) 0 0.8
R3.5 0.06 0.73
R4.0 0.21 0.66

(mm)

A=A XS m-Tn¥3—¢ -l Attention for profile milling

@V —IL/RADEH A% Calculation of tool pass dia.

5 Y E 24 I Ramping A1 53 )LANI Helical interpolation
Dn ¢dc = ¢Dh — ¢Dc
L VA WAV X3 INE TERF
T / Tool pass dia. Bore dia. Tool dia.
O— ALY DYIRAHFRSIHEAVIAAHRSApE

_E'_T
¢ Dc

X\ MAEVESICLTLESL,
/ | \ Depth of cut per one circuit should not exceed
max. depth of cut ap.

23
Tool dia

@Y —LIRDEEARIETF I hY MIEdES
REFFTEYICLTLZELY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

©
0
X O
ap
T

®h

@I VEYY . NYALMIEFEY EEZZEDHIFERDTO%UTTMILTLEZE,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
@KUY MIEEZ, BAREY EEEFREDEIZHRDE50%UATTMIL T EZEL,
In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.

OFYYUIMIKICE, ERLERWIY S TARVBELZEZENAHYETDOT, REISE+FEFEL TS,

Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

S Y E Y Y MI Ramping A HIVRBIFINI Helical interpolation o

EEMT mAUAH - g Q .

ME 'I%i?if TR Fx - ap ﬁi:ﬂfg) RAUAARES (ap) BINRE BiiE | FUVIVIRS:

Cat. No. " | Eff. Cutting dia. | Max. depth : MIEFOLIRIRS : L (mm) Min. bore dia. Max. bore dia. Z(mm)
(mm) (mm) of cut (mm) Max. ramping Total cutting length at Dh min (mm) Dh max (mm) |Max. driling depth
angle 6° Max. ap

EXM / MEX-2032-HF -+ 32 15 2 2.5° 46 47 58 0.6
EXM / MEX-3035-HF -+ 85 18 2 2.5° 46 58 64 0.6
EXM / MEX-4040-HF -+ 40 23 2 2.0° 57 63 74 0.6
MEX-4042-HF-M16 42 25 2 1.8° 64 63 78 0.6
EXM-5050R-HF-22 50 33 2 1.5° 76 83 94 0.6
EXM-5052R-HF-22 52 85 2 1.2° 95 87 98 0.6
EXM-6063R-HF-22 63 46 2 1.0° 115 109 120 0.6
MEX-2032-SM-M16 32 28 25 0.8° 179 48 60 0.6
MEX-3035-SM-M16 35 31 25 0.8° 179 54 66 0.6
MEX-4040-SM-M16 40 36 25 0.8° 179 64 76 0.6
MEX-4042-SM-M16 42 38 25 0.8° 179 68 80 0.6
EXM-5050R-SM-22 50 46 25 0.8° 179 84 96 0.6
EXM-5052R-SM-22 52 48 25 0.8° 179 88 100 0.6
EXM-6063R-SM-22 63 59 25 0.8° 179 110 122 0.6
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=% )] Hll % 4 ( =X ) ) Recommended cutting conditions for high feed milling

QD EV15—~Y RMEX-HFE+TBE—# (15—~ y FBA—IVEBBESY ¥ U9 7—\) MEXHF and VSN type_auype

/2
TIEZ (mm) Tool dia.
R A4 ’J*;}E— k 32 35
Work materials Grades F# No. of teeth 2N FEL No. of teeth 3N
ap ae n \i L ap ae n \i
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
%4 (S50C, S55C) ~100 1 ~14 | 199 | 5970 | ~100 1 ~18 1,820 8,190
2 S 250HBLLT JC8050 150 0.8 ~14 1,990 5,570 150 0.8 ~18 1,820 7,640
Carbon steel (C50,C55)
Below 250HB 210 0.6 ~14 1,790 4,650 210 0.6 ~18 1,640 6,400
TE3 (SKD61, SKD11) ~100 1 ~14 1,790 5,370 ~100 1 ~18 1,640 7,380
~ BE255HBLLT JC8050 150 058 ~14 | 1,790 5,010 150 08 ~18 1,640 6,890
Die steel (1.2344, 1.2379)
Below 255HB 210 0.6 ~14 1,590 4,130 210 0.6 ~18 1,460 5,690
Fn— K48 (HPM7, PX5, P20) ~100 1 ~14 1,790 5,370 ~100 1 ~18 1,640 7,380
#8 =30~36HRC Jcs118 150 0.8 ~14 1,790 5,010 150 0.8 ~18 1,640 6,890
Mold steel (1.2311, P20)
30~36HRC 210 0.6 ~14 1,590 4,130 210 0.6 ~18 1,460 5,690
Y A— K8 (NAKSO, HPMI, P21) ~100 08 ~14 | 1290 3,100 ~100 08 ~18 1,180 4,250
fE & 38~43HRC Jcs11s 150 0.6 ~14 1,290 2,840 150 0.6 ~18 1,180 3,890
Mold steel (1.2311, P21)
38~43HRC 210 0.4 ~14 1,090 2,180 210 0.4 ~18 1,000 3,000
AN (SKD61, DAC, DHA) ~100 0.8 ~14 990 1,980 ~100 0.8 ~18 910 2,730
fE542~52HRC Jcs118 150 0.6 ~14 990 1,780 150 0.6 ~18 910 2,460
Hardened die steel
(1.2344, 1.2379) 42~52HRC 210 0.4 ~14 800 1,280 210 0.4 ~18 730 1,750
R HEs (FC250) ~100 15 ~14 | 1990 | 5970 | ~100 15 ~18 1,820 8,190
1§ S 160~260HB JCs118 150 1.2 ~14 1,990 5,970 150 1.2 ~18 1,820 8,190
Castiron (GG25)
160~260HB 210 0.8 ~14 1,790 5,010 210 0.8 ~18 1,640 6,890
54554 L8 (FCD700) ~100 1 ~14 | 1,69 | 5070 | ~100 1 ~18 1,550 6,980
& 170~300HB Jcs11s 150 0.8 ~14 1,690 4,730 150 0.8 ~18 1,550 6,510
Nodular cast iron (GGG70)
170~300HB 210 0.6 ~14 1,490 3,870 210 0.6 ~18 1,360 5,300
F—2FF{ FRRT VLR ~100 0.8 ~14 | 1490 | 3580 | ~100 0.8 ~18 1,360 4,900
(SUS304, 316, 317) 17Crk | 8050 150 0.6 ~14 1,490 3,280 150 0.6 ~18 1,360 4,490
Stainless steel Austenitic
(AISI 304, 316, 317) 210 0.4 ~14 1,290 2,580 210 0.4 ~18 1,180 3,540
TNF A FRRT LR ~100 1 ~14 | 169 | 4060 | ~100 1 ~18 1,550 5,580
(SUS403, 4202, 430) 13Cr&k:  yc8118 150 0.8 ~14 1,690 3,720 150 0.8 ~18 1,550 5,120
Stainless steel Ferritics / Martensitic
(AISI 403, 420J2, 430) 210 0.6 ~14 1,490 2,980 210 0.6 ~18 1,360 4,080
£:3_H LR E Overhung length  @p: 814 A DYIAA RS Axial depth of cut  @e: FR AR DYIAAHRE Radial depth of cut n : TEEEREE Spindle speed  Vi: %Y EE Feed speed
EREOEEEE Note:
L EROVAIGHF. BEBIES LU —JRBIMEICIE CTHEB LS, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYDRELEBAE. YAARSEZLRBESYHELTESY, HIVEEEIEEETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
BACESL, FEL, 1I4YORYBEEZBNTEEL, per tooth
BHEEDNATEOBEE. FTURAARIZELTLESL, RINBLVVIETFTHFTHERALES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
4 IF—TA—CEYHY S TREDEEF>THEEL, HIS, TEMCTOF v EF A MITREYY T Feed speed
WEISEECLESL, *4. Use air blow.
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FEEYHRE (XY )

Recommended cutting conditions for high feed milling

Q@ EV15—~Y FMEX-HFE+8E—# (¥ 15—~y FRA—IVBEY ¥ 29 7—/\) MEXHF and MSN type

1,430 8,580

150 0.8 ~23 1,430 8,010
210 0.6 ~23 1,270 6,600
~100 1 28 1,270 7,620
150 0.8 25 1,270 7,110
210 0.6 23] 1,110 5,770
~100 1 ~23 1,270 7,620
150 0.8 ~23 1,270 7,110
210 0.6 ~23 1,110 5,770
~100 0.8 ~23 880 4,220
150 0.6 ~23 880 3,870
210 0.4 28 720 2,880
~100 0.8 ~23 720 2,880
150 0.6 ~23 720 2,590
210 0.4 ~23 560 1,790
~100 1.5 ~23 1,430 8,580
150 1.2 ~23 1,430 8,580
210 0.8 ~23 1,270 7,110
~100 1 ~23 1,190 7,140
150 0.8 ~23 1,190 6,660
210 0.6 ~23 1,030 5,360
~100 0.8 23] 1,030 4,940
150 0.6 23 1,030 4,530
210 0.4 ~23 880 3,520
~100 1 ~23 1,190 5,710
150 0.8 ~23 1,190 5,240
210 0.6 ~23 1,030 4,120

{: 228 LESE Overhung length  ap: A ROYIAHES Axial depth of cut

FERLOERER
1. EROUIHIEME, BEBREE L TT— I BIEIKE CTHECEZSL,

RUVYHRELBEE, YRARSELERELY BRI LTIESL, HIVEEEEEEZTIFT

EACEEN, 2L, 1HLHYDOEYBRFEIBVTES,

BEADHATEOBEF. FTURAFRSEELTCESD, RINBIUVVIETFHTERACESL,
ALT7—TO—REYPY K FTREDEEZT TSV, BT, IBMCTOFYET A MITEYY LT

MBIFELCEE W,

Qe FEHRDYLAAHFE S Radial depth of cut n : TEEEREE Spindle speed  Vf: % Y EE 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.
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EEVHIRE (§XV) Recommended cutting conditions for high feed milling

Qv 84T 754 ZREXM-HF-S32%% End mill type (EXM-HF-S32 type)

{: 22 LE X Overhung length  @p: EiA MO YIAARE Axial depth of cut  @e: FEHFRDYIAAHFES Radial depth of cut n : TEEEREE Spindle speed  Vf: % Y #E Feed speed

ERALOFEEER Note:
L EROUIBIEHIE. BEBIMES KU —JBIMEISIE L THBCES L, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUVYDNEELBEIE, VAARSEZERHELYHELTLES L, HIVEEEGEEEETHFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
ERACESL, L, THALYDRYRBRFEZZVTLESL, per tooth.
BHEEDNATEOBEE. FTURAARIZELTLESL, RINBLVVIETFTHFTHERALES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
ALI7—IA—TE Y Y CFREVBEFTo>TLEEL, BT, IBMCTOF v ET A MITEYY T Feed speed.
MB(EBLLLEL, *4. Use air blow.
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b E SR ABE Recommended cutting conditions for high feed milling

Qv 84T T54REXM-HF-S32%% End mill type (EXM-HF-S32 type)

{:Z=H LESE Overhung length  ap: A RODYIAHAES Axial depth of cut  Ae: HEEARDYIAHZFE S Radial depth of cut  n : TEEEREE Spindle speed  Vf: % Y #RE Feed speed
FEREDIERE

Note:
L EROUVHIGEHIE, BEBIMS I UT—JBIMEICE CTHRHECLESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYDNEELEBEE, YRAARSELRBBELIVLECLTESN, HEHIVERGEREETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
FBACESL, £EL, 1HLYOEYBEEILVTIESL, per tooth.
BHEEBATROBEE. ETURAARSEECLTLESL, RIINBLUVIETHFTEALES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
M IF—TO—I2&YGY K FREDEBET TS, HIT, IBMCTOF Y ETAMITRYY <F Feed speed.
MBITEERSCEZS L, *4. Use air blow.
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=% )] Hll % 4 ( =X ) ) Recommended cutting conditions for high feed milling

QR74 4 7T 754 REXM-HF 2 Facemil type (EXM-HF type)

1/1

IEE (mm) Tool dia.
HEAE
WEIH £ o —k 50/52 63
Work materials Mg FEL No. of teeth 5N FE No. of teeth BN
Insert No.
ap e n A ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~150 15 ~33 950 7,130 ~150 15 ~46 760 6,840
&4 (S50C, S55C) 200 1.2 ~33 950 6,180 200 1.2 ~46 760 5,930
8 S250HBLLF JC8050 250 1 ~33 830 5,400 250 1 ~46 660 5,150
Carbon steel (C50,C55)
Below 250HB 300 0.7 ~33 760 4,180 300 0.7 ~46 610 4,030
350 - - - - 350 0.5 ~46 610 4,030
~150 1.5 ~33 830 6,230 ~150 15 ~46 660 5,940
TE5 (SKD61, SKD11) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
~ BEE255HBLLT JC8050 250 1 ~33 700 4,550 250 1 ~46 560 4,370
Die steel (1.2344, 1.2379)
Below 255HB 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - = 5 = 350 0.5 ~46 510 3,370
~150 15 ~33 830 6,230 ~150 15 ~46 660 5,940
FYn— K88 (HPM7, PX5, P20) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
#E30~36HRC JC8118 250 1 ~33 700 4,550 250 1 ~46 560 4,370
Mold steel (1.2311, P20)
30~36HRC 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - - - - 350 0.5 ~46 510 3,370
~150 1.2 ~33 700 4,550 ~150 1.2 ~46 560 4,370
FUn— K288 (NAKBO, HPM1, P21) 200 1 ~33 700 3,850 200 1 ~46 560 3,700
T &£38~43HRC ~ ~
Wt JC8118 250 0.7 33 570 3,140 250 0.7 46 450 2,970
38~43HRC 300 0.5 ~33 510 2,550 300 05 ~46 400 2,400
350 - = 5 = 350 = - - .
~150 1 ~33 570 2,850 ~150 1 ~46 450 2,700
ﬁ*“%fﬁf;éﬂ%’ D) 200 0.8 ~33 570 2,570 200 0.8 ~46 450 2,430
Hardened die steel Jcs118 250 0.6 ~33 510 2,300 250 0.6 ~46 400 2,160
(1.2344, 1.2379) 300 0.4 ~33 450 1,800 300 0.4 ~46 350 1,680
42~52HRC
350 - - - - 350 - - - -
~150 2 ~33 950 7,130 ~150 2 ~46 760 6,840
T A% (FC250) 200 1.5 ~33 950 6,180 200 1.5 ~46 760 5,930
& 160~260HB Jcs118 250 | 1 ~33 830 | 5400 250 1 ~46 660 5,150
Castiron (GG25)
160~260HB 300 0.7 ~33 760 4,180 300 0.7 ~46 610 4,030
350 - = = = 350 0.5 ~46 610 4,030
~150 15 ~33 830 6,230 ~150 15 ~46 660 5,940
2924 )LEE#% (FCD700) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
8 &170~300HB = =
ot o oSO JC8118 250 1 33 700 4,550 250 1 46 560 4,370
170~300HB 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - - - - 350 0.5 ~46 510 3,370
e e ~150 1.2 ~33 700 4,550 ~150 1.2 ~46 560 4,370
— AT RAT
(SUS304. 316, 317) 200 1 ~33 700 3,850 200 1 46 560 3,700
17CI% JC8050 250 0.7 ~33 570 3,140 250 0.7 ~46 450 2,970
Stainless steel Austenitic 300 0.5 ~33 510 2,550 300 0.5 ~46 400 2,400
e 350 - ; : - 350 0.4 ~46 | 400 | 2,400
~150 15 ~33 830 5,400 ~150 15 ~46 660 5,150
TILT YA RRRT VLR 200 1.2 ~33 830 4,570 200 1.2 ~46 660 4,360
(SfL_J?403't ﬁOJ_Z‘, ﬁ»ﬁ 13$r% JC8118 250 1 ~33 700 3,850 250 1 ~46 560 3,700
O AISI 405, 42002 4300 300 | 07 ~33 640 | 3,200 300 0.7 ~46 510 | 3,060
350 - - - - 350 0.5 ~46 510 3,060

£: 32 LR E Overhung length  @p: EA MM YAARSE Axial depth of cut  @e: FEHFADYAARE Radial depth of cut n : TEEEREE Spindle speed  Vi: %Y EE Feed speed

ERLOIEEE Note:
LEROUEIEHR T, BEAIES ST —JBIEICECTHRECESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYDRELEBAE, YAARSELRBESYHELTESY, HDHVREETEEETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
RSN, L, 1AYYDEYRBRFEZILNTIIEEL, per tooth.
BEHBATEDNEEF, FTUVURAAFIEFECLTLES L, RIINSLVViz FTHFTHEACES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
4IF7—TA—CE Y YLK TREREBET>TLLE S, HIS, IBMCTOF v EFAMITEYPYLT Feed speed
MBITERCEEL, *4. Use air blow.
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EEYHRE (BEIY) Recommended cutting conditions for shoulder milling

Q@ EV15—~y FMEX-SM+TEE—# (EV15—~y FRA—ILBEY v U9 7—I%) MEX-SM and MSN type

~100 3 ~10 1,990 1,000 ~100 3 ~10 1,820 1,370
150 2 ~8 1,990 800 150 2 ~8 1,820 1,090
210 1 ~6 1,790 540 210 1 ~6 1,640 740
~100 5 ~10 1,790 900 ~100 3 410 1,640 1,230
150 2 &8 1,790 720 150 2 ~8 1,640 980
210 1 ~6 1,590 480 210 1 =~ 1,460 660
~100 3 ~10 1,790 900 ~100 3 ~10 1,640 1,230
150 2 ~8 1,790 720 150 2 ~8 1,640 980
210 1 ~6 1,590 480 210 1 ~6 1,460 660
~100 2 ~10 1,290 520 ~100 2 ~10 1,180 710
150 1.5 &8 1,290 390 150 1.5 ~8 1,180 530
210 1 {5 1,090 220 210 1 &6 1,000 300
~100 1.5 ~10 990 240 ~100 1.5 ~10 910 330
150 1 ~8 990 200 150 1 ~8 910 270
210 - - - - 210 - - - -
~100 8 ~10 1,990 1,000 ~100 3 ~10 1,820 1,370
150 25 ~8 1,990 800 150 25 ~8 1,820 1,090
210 2 ~6 1,790 720 210 2 ~6 1,640 980
~100 3 ~10 1,690 850 ~100 3 ~10 1,550 1,160
150 2 ~8 1,690 680 150 2 ~8 1,550 930
210 1 ~6 1,490 450 210 1 ~6 1,360 610
~100 2 ~10 1,490 600 ~100 2 ~10 1,360 820
150 1.5 ~8 1,490 450 150 1.5 =) 1,360 610
210 1 ~6 1,290 260 210 1 6 1,180 350
~100 3 ~10 1,690 850 ~100 3 ~10 1,550 1,160
150 2 ~8 1,690 680 150 2 ~8 1,550 930
210 1 ~6 1,490 450 210 1 ~6 1,360 610
{:Z=H LESE Overhung length  ap: A RODYIAHAES Axial depth of cut  Ae: HEEARDYIAHZFE S Radial depth of cut  n : TEEEREE Spindle speed  Vf: % Y #RE Feed speed
ERALDFERE Note:
UG s LIARIE. TANRAE LIRS LB CLCCHEL, BOLEDGEEETIT 1 11oaesof coato eabris ommens s e pi o o Sl sp0 and eep s
FERCES, 2L, THARYDEYBREZIBVTLESL, per tooth.
:i???g?fg?ﬁgu f;ggziggfé lg;iérz\é L#:?I:m’gﬂzjhfclévéi-:‘t;{im;mgfcﬂéj o *3. Ilfremezczipneeegf)es not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
MBITEERSCEZS L, *4. Use air blow.
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EETHIFRE (BAEIY) Recommended cutting conditions for shoulder milling

Q@ EV15—~Y FMEX-SME+TBE—# (E¥215—Ay FRT—ILBEY ¥ 29 7—/%) MEX-SM and MSN type

~100 3 ~12 1,590 1,590
150 2 ~10 1,590 1,270
210 1 ~8 1,430 860
~100 3 ~12 1,430 1,430
150 2 ~10 1,430 1,140
210 1 6] 1,270 760
~100 3 ~12 1,430 1,430
150 2 ~10 1,430 1,140
210 1 ~8 1,270 760
~100 2 ~12 1,030 820
150 15 ~10 1,030 620
210 1 ~8 880 350
~100 1.5 ~12 800 380
150 1 ~10 800 320
210 - ~8 - -
~100 3 =12 1,590 1,590
150 25 ~10 1,590 1,270
210 2 ~8 1,430 1,140
~100 3 ~12 1,350 1,350
150 2 ~10 1,350 1,080
210 1 ~8 1,190 710
~100 2 =12 1,190 950
150 1.5 ~10 1,190 710
210 1 ~8 1,030 410
~100 3 ~12 1,350 1,350
150 2 ~10 1,350 1,080
210 1 ~8 1,190 710
{:=H LES Overhung length  ap: EiF R DYIAAH RS Axial depth of cut  @e: £EHF R DYIAAHFE Radial depth of cut  n : TEEELEE Spindle speed  VF: % Y #E Feed speed
ERALOFEEER Note:
LEROVHIEEE. BEAIES SV —JBECE CTHRECES L, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
zgngﬁfbﬁﬁb'¢1 %ﬁﬁ%;ﬁgggfsi&i{z ;J;'f\( ZEW, HHWNEIAEEREETIFT 2. lSeCratiit? chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
MBITEBCEEL, *4. Use air blow.
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EEYHRE (BEIY) Recommended cutting conditions for shoulder milling

QER744 T 754 ZREXM-SMF Facemill type (EXM-SM type)

1,150 1,730 ~150 910 1,640

200 25 ~12 1,150 1,440 200 25 ~12 910 1,370

250 1.5 ~10 1,020 1,020 250 1.5 ~10 810 970

~150 3 ~15 1,020 1,530 ~150 8 ~15 810 1,460

200 25 ~12 1,020 1,280 200 2.5 ~12 810 1,220

250 1.5 ~10 890 890 250 1.5 ~10 710 850

~150 3 ~15 1,020 1,530 ~150 3 ~15 810 1,460

200 25 ~12 1,020 1,280 200 25 ~12 810 1,220

250 1.5 ~10 890 890 250 1.5 ~10 710 850

~150 3 ~12 700 880 ~150 3 ~12 560 840

200 2 ~10 700 700 200 2 ~10 560 670

250 1 ~8 640 480 250 1 ~8 510 460

~150 3 ~10 570 430 ~150 3 ~10 450 410

200 2 ~8 570 340 200 2 ~8 450 320

250 1 ~6 510 260 250 1 ~6 400 240

~150 3 ~18 1,150 1,730 ~150 3 ~18 910 1,640

200 25 ~15 1,150 1,440 200 25 ~15 910 1,370

250 2 ~10 1,020 1,280 250 2 ~10 810 1,220

~150 3 ~15 950 1,430 ~150 3 ~15 760 1,370

200 25 ~12 950 1,190 200 25 ~12 760 1,140

250 1 ~10 830 420 250 1 ~10 660 400

~150 8 ~15 830 1,040 ~150 3 = 660 990

200 2 ~12 830 830 200 2 ~12 660 790

250 1 ~10 700 530 250 1 ~10 560 500

~150 3 ~15 950 1,430 ~150 3 ~15 760 1,370

200 25 ~12 950 1,190 200 25 ~12 760 1,140

250 1.5 ~10 830 830 250 1.5 ~10 660 790

{: 32 LEE Overhung length  ap: 8iA R OYIAAH RS Axial depth of cut  @e: FEHFRDYIAAH RS Radial depth of cut n : TEEERERE Spindle speed  Vi: 3% Y #E Feed speed
FERLOFESE Note:

TUGY B LAHEIE. DRNRAE LERILY LA LT CREL, BOLKBIEEETIT 3 1ot ol chater sessing oconmons i s e oo o 3o Sl seed ad oo

BRACEEL, L, 1TALYDEYRBREEZLVTILEEL, per tooth.
MBITERCEEL, *4. Use air blow.
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CE L E S ( FHEH Y ) Recommended cutting conditions for facemilling

Q EV15—~y FMEX-SMF+TBE—# (E¥ 15—~y RBA—IBEY vV 7—I\) MEX-SMand MSN oy > |

2
TIEZ (mm) Tool dia.
R A4 ’J*;}E— k 32 35
Work materials Grades F# No. of teeth 2N FEL No. of teeth 3N
ap ae n \i L ap ae n \i
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
%4 (S50C, S55C) ~100 1 ~28 | 199 | 1,190 | ~100 1 ~31 1,820 | 1,640
2 S 250HBLLT JC8050 150 0.8 ~28 1,990 1,000 150 0.8 ~31 1,820 1,370
Carbon steel (C50,C55)
Below 250HB 210 0.6 ~28 1,790 720 210 0.6 ~31 1,640 980
TES (SKD61, SKD11) ~100 1 ~28 1,790 1,070 ~100 1 ~31 1,640 1,480
~ BE255HBLLT JC8050 150 058 ~28 1,790 900 150 08 ~31 1,640 | 1,230
Die steel (1.2344, 1.2379)
Below 255HB 210 0.6 ~28 1,590 640 210 0.6 ~31 1,460 880
Fyn— K8 (HPM7, PX5, P20) ~100 1 ~28 1,790 1,070 ~100 1 ~31 1,640 1,480
#8 =30~36HRC Jcs118 150 0.8 ~28 1,790 900 150 0.8 ~31 1,640 1,230
Mold steel (1.2311, P20)
30~36HRC 210 0.6 ~28 1,590 640 210 0.6 ~31 1,460 880
Y A— K8 (NAKSO, HPMI, P21) ~100 08 ~28 1,290 650 | ~100 08 ~31 1,180 890
fE & 38~43HRC Jcs11s 150 0.6 ~28 1,290 520 150 0.6 ~31 1,180 710
Mold steel (1.2311, P21)
38~43HRC 210 0.4 ~28 1,090 330 210 0.4 ol 1,000 450
AN (SKD61, DAC, DHA) ~100 0.8 ~28 990 300 ~100 0.8 ~31 910 410
fE542~52HRC Jcs118 150 0.6 ~28 990 240 150 0.6 ~31 910 330
Hardened die steel
(1.2344, 1.2379) 42~52HRC 210 0.4 ~28 800 160 210 04 ~31 730 220
R HEs (FC250) ~100 1.5 ~28 | 1990 | 1,190 | ~100 15 ~31 1,820 | 1,640
1§ S 160~260HB JCs118 150 1.2 ~28 1,990 1,000 150 1.2 ~31 1,820 1,370
Castiron (GG25)
160~260HB 210 0.8 ~28 1,790 900 210 0.8 S5l 1,640 1,230
54554 L8 (FCD700) ~100 1 ~28 | 1,69 | 1010 | ~100 1 ~31 1,550 | 1,400
& 170~300HB Jcs11s 150 0.8 ~28 1,690 850 150 0.8 ~31 1,550 1,160
Nodular cast iron (GGG70)
170~300HB 210 0.6 ~28 1,490 300 210 0.6 ~31 1,360 410
F—2FF{ FRRT VLR ~100 | 08 ~28 | 1,490 750 | ~100 0.8 ~31 1,360 | 1,020
(SUS304, 316, 317) 17Crk | 8050 150 0.6 ~28 1,490 600 150 0.6 ~31 1,360 820
Stainless steel Austenitic
(AISI 304, 316, 317) 210 0.4 ~28 1,290 390 210 0.4 ~31 1,180 530
TNF A FRRT LR ~100 1 ~28 | 169 | 1010 | ~100 1 ~31 1,550 | 1,400
(SUS403, 4202, 430) 13Cr&k:  yc8118 150 0.8 ~28 1,690 850 150 0.8 ~31 1,550 1,160
Stainless steel Ferritics / Martensitic
(AISI 403, 420J2, 430) 210 0.6 ~28 1,490 600 210 0.6 ~31 1,360 820
£:3_H LR E Overhung length  @p: 814 A DYIAA RS Axial depth of cut  @e: FR AR DYIAAHRE Radial depth of cut n : TEEEREE Spindle speed  Vi: %Y EE Feed speed
EREOEEEE Note:
L EROVAIGHF. BEBIES LU —JRBIMEICIE CTHEB LS, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYDRELEBAE. YAARSEZLRBESYHELTESY, HIVEEEIEEETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
BACESL, FEL, 1I4YORYBEEZBNTEEL, per tooth
BHEEDNATEOBEE. FTURAARIZELTLESL, RINBLVVIETFTHFTHERALES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
4 IF—TA—CEYHY S TREDEEF>THEEL, HIS, TEMCTOF v EF A MITREYY T Feed speed
WEISEECLESL, *4. Use air blow.
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EEVHFGE (FAMY) Recommended cutting conditions for facemilling

Q@ EV15—~y FMEX-SM+TEE—# (EV15—~y FRA—ILBEY v U9 7—I%) MEX-SM and MSN type

1,430 1,720

150 0.8 ~36 1,430 1,430
210 0.6 ~36 1,270 1,020
~100 1 ~36 1,270 1,520
150 0.8 ~36 1,270 1,270
210 0.6 ~36 1,110 890
~100 1 ~36 1,270 1,520
150 0.8 ~36 1,270 1,270
210 0.6 ~36 1,110 890
~100 0.8 ~36 880 880
150 0.6 ~36 880 700
210 0.4 ~36 720 430
~100 0.8 ~36 720 430
150 0.6 ~36 720 350
210 0.4 ~36 560 220
~100 1.5 =36 1,430 1,720
150 1.2 ~36 1,430 1,430
210 0.8 ~36 1,270 1,270
~100 1 ~36 1,190 1,430
150 0.8 ~36 1,190 1,190
210 0.6 ~36 1,030 410
~100 0.8 ~36 1,030 1,030
150 0.6 B 1,030 820
210 0.4 =36 880 530
~100 1 ~36 1,190 1,430
150 0.8 ~36 1,190 1,190
210 0.6 ~36 1,030 820

{: 228 LESE Overhung length  ap: A ROYIAHES Axial depth of cut

Qe FEHRDYLAAHFE S Radial depth of cut n : TEEEREE Spindle speed  Vf: % Y EE Feed speed

FEREDIERE Note:

L EROUVHIGEHIE, BEBIMS I UT—JBIMEICE CTHRHECLESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.

RUVYDNEELEBEE, YRAARSELRBBELIVLECLTESN, HEHIVERGEREETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
FBACESL, £EL, 1HLYOEYBEEILVTIESL, per tooth.

BHEEBATROBEE. ETURAARSEECLTLESL, RIINBLUVIETHFTEALES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and

M IF—TO—I2&YGY K FREDEBET TS, HIT, IBMCTOF Y ETAMITRYY <F Feed speed.

MBIFELCEE W,

*4. Use air blow.



)|/ C s o8 SV ETAN |/ iti EXTREME

CE L E S ( FHEH Y ) Recommended cutting conditions for facemilling

QR7 424 T 754 ZREXM-SMHA Facemill type (EXM-SM type)

1/1
TEZE (mm) Tool dia.
g A 4 :;;-?E_ ~ 50/52 63
Work materials Grades FI# No. of teeth 5N FI# No. of teeth 6N
ap Qe n Vi ap Qe n Vi
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
%3 (S50C, S55C) ~150 | 15 ~46 950 1,430 | ~150 1.5 ~59 760 1,370
BEE250HBLLT JC8050 200 12 ~46 950 1,190 200 1.2 ~59 760 1,140
Carbon steel (C50,C55)
Below 250HB 250 1 ~46 830 830 250 1 ~59 660 790
TE4 (SKD61, SKD11) ~150 15 ~46 830 1,250 ~150 15 ~59 660 1,190
TE & 255HBLLTF - o
Die steel (1.2344. 1.2379) JC8050 200 1.2 46 830 1,040 200 1.2 59 660 990
Below 255HB 250 1 ~46 700 700 250 1 ~59 560 670
F1n— RS (HPM7, PX5, P20) ~150 15 ~46 830 1,250 ~150 15 ~59 660 1,190
f# £30~36HRC Jcs118 200 1.2 ~46 830 1,040 200 1.2 ~59 660 990
Mold steel (1.2311, P20)
30~36HRC 250 1 ~46 700 700 250 1 ~59 560 670
FYn— K88 (NAKSO, HPM1, P21) ~150 1.2 ~46 700 880 ~150 1.2 ~59 560 840
B &38~43HRC JCs118 200 1 ~46 700 700 200 1 ~59 560 670
Mold steel (1.2311, P21)
38~43HRC 250 0.7 ~46 570 430 250 0.7 ~59 450 410
AN (SKD61, DAC, DHA) ~150 1 ~46 570 430 ~150 1 ~59 450 410
#EE42~52HRC Jcs118 200 0.8 ~46 570 340 200 0.8 ~59 450 320
Hardened die steel
(1.2344, 1.2379) 42~52HRC 250 0.6 ~46 510 260 250 0.6 ~59 400 240
heaE% (FC250) ~150 | 2 ~46 950 1,430 | ~150 2 ~59 760 1,370
B8 160~260HB JC8118 200 15 ~46 950 1,190 200 15 ~59 760 1,140
Castiron (GG25)
160~260HB 250 1 ~46 830 1,040 250 1 ~59 660 990
2584 U458 ( FCD700) ~150 | 15 ~46 830 1,250 | ~150 15 ~59 660 1,190
#ES170~300HB JC8118 200 1.2 ~46 830 1,040 200 1.2 ~59 660 990
Nodular cast iron (GGG70)
170~300HB 250 1 ~46 700 350 250 1 ~59 560 340
F—RTFH 4 FRATULAMN ~150 1.2 ~46 700 880 ~150 1.2 ) 560 840
(SUS304, 316, 317) 17Crk | ycgo50 200 | 1 ~46 700 700 200 1 ~59 560 670
Stainless steel Austenitic
(AISI 304, 316, 317) 250 0.7 ~46 570 430 250 0.7 ~59 450 410
LT A RERT Y LRE ~150 | 15 ~46 830 1,250 | ~150 1.5 ~59 660 1,190
(SUS403, 42002, 430) 13Cr&ki jcg118 200 12 ~46 830 1,040 200 1.2 ~59 660 990
Stainless steel Ferritics / Martensitic
(AISI 403, 420J2, 430) 250 1 ~46 700 700 250 1 ~59 560 670
£:ZH LES Overhung length  ap: BIAROYIAH RS Axial depth of cut  @e: EEARDYIAH RS Radial depth of cut  n : TEEERERE Spindle speed  Vi: 3% Y RE Feed speed
FEALOEEEE Note
L EROUHIGEHE. BHEBIMES ST —IBIEICKE CTHRECLEEL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNEELEBEE, YRAAFRSELRBBELYBECLTESEN, HEHIVEEGEREETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
BRACESN, EEL, 1H4YORYBEEIBELT RSN, per tooth
BEHBAFTEOHER, ETURAARIEECLTLLESL, RIINBLVVIETHFTHEACE S, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
4 IF—TO—2EYHYCFREMEEFoTEELN, B2, TEMCTOF v EF « MITREEY T Feed speed.
MBIEESLEED, *4. Use air blow.
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C{EALDER ITE£R2CTHERAVERLHIC

OIS T DREL BEMEICLB T AICTERRE W X ARBRFPRENN—ZTERALIEE L,

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.

2 OTELNSYIHIRMA TEALBVTLRE W @K EREFEPRITDH 2 TEFERALBNTLZE L,

OTEMRIF . WRDIHDFERKEET B ENHIFT, Specification shall be changed without notice.
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