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Modular Head
¢16~@p42

Facemill
¢40~¢66

i 55

Low cutting force geometry

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

Multi - flutes specification |

High speed and high efficient machining.

Control vibration with combination of MSN carbide shank holder

A
119
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Insert Line-Up

High feed insert High feed insert for unfavorable conditions

EPMT100312ZER  EPMT100312ZER | EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

For high hardened Shoulder insert Shoulder insert Shoulder insert
steel for aluminum for general steel for Ti alloy

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

"Mirror Insert" : : o
for finishing side & bottom face A variety of inserts all fit into the same

body.
CBN insert

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

YPHW1003...ZER-... YPHW100308ZTR-F1
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M Facemill Type G:Body,
Face Milling Shoulder Milling

Slotting Copy Milling Pocket Milling JHelical Interpolatior

Lf

® Highfeed © Shoulder milling @ High feed (QXP-8066R) @ Shoulder milling (QXP-8066R)

¢Db D ¢Db

Db v $Db

od a pd od
a
4l ™ 41 [ n 4

L <

L o

| | N

]

e} |
Lt

= T

pdt RE0.4~RE2.0 @d1 RE1.2~RE2.0 gdt RE0.4~RE2.0
od1 RE1.2~RE2.0 Do 9Dc 9Dc
@Dc
£ Dimensions (mm)
Cat.No 8 | £ Inserts
<2 S | ¢0c | Lf | ¢Db od | @d1 a b 4
=
8%3838&1 2 : ¢ 4 | 45 | 35 | 16 14 | 84 | 56 | 18
QXP-7050R22 o |’ . EP*10035°2+R;
QXP-8050R-22 ) 40 ZPMT1003**ZER-**;
22 17 | 104 | 6.3 20
QXP-8052R-22 { ] 8 52 50 YPHW1003**Z*R-**
QXP-8063R-22 ) 63 48
QXP-8066R-27  J 66 27 20 | 124 7 22
Screw Torque(N.m) Wrench
DSW-2563H 1.1 A-08
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l Endmill Shank Type (4B

JAdn®

Face Milling Shoulder Milling Slotting Copy Milling Pocket Milling JRHelical Interpolation

o High feed

90
|
|
\
|
|
|
|
|
[

@Ds

RE1.2~RE2.0 L

R R ——— -4
2
RE0.4~RE2.0 L
2 Dimensions (mm) Parts
Cat.No 5] = Inserts
& S ¢Dc Y] L ¢D1 | ¢Ds Screws  |Wrench

=
QXPS2016S16+A [ J 2 16 30 100 15 16 TSW-2556H EP**1003**Z*R;
QXPS3020S20+A [ J 3 20 50 130 18.85 20 A-08 ZPMT1003**ZER-**;
QXPS4025525+A ° 4 25 60 140 | 236 | 25 DSW-2563H YPHW1003**Z*R-**

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

1.1
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B Modular Head Type W =

Through coolant hole Face Milling Shoulder MIHIHQ Copy Milling Pocket Mleg Hellna\ \merpnlatml

@ High feed 2

RE0.4~RE2.0 Lt
o 2 Dimensions (mm) Parts
Gat.No & S |gDc| Lf [gDb [ MD | C | W Screws Wrench inserts
MQX-2016-M8 [ ] 16 M8
MQX-2017-M8 o | 2w B Miwg &M
MQX-3020-M10 (] 3 20 M10 TSW-2556H
MQX-4020-M10 o 30 | 18 | M10 9 14
MQX-4021-M10 o 4 21 M10
MQX-4025-M12 o 25 M12
MQX-5025-M12 o 5 7”5 M12
MQX-4026-M12 ° 0 | 35| [ M12] 10 | 17 EP**1003**Z°R:
MQX-5026-M12 o M12 A-08 | ZPMT1003**ZER-**;
MQX-5028-M12 (] 5 28 23.6 | M12 '
MQX-5030-M16 ° 30 27 | M16 YPHW1003*Z*R-**
MQX-5032-M16 ° 2 M16 DSW-2563H
MQX-6032-M16 ° sg |MI6| 12| 22
MQX-5035-M16 o 35 | a3 M16
MQX-6035-M16 o 6 M16
MQX-6040-M16 [ ] 0 M16
MQX-7040-M16 () 7 32 | M16| 14 | 26
MQX-6042-M16 () 6 42 M16
Screw Torque(N.m)
TSW-2556H o
DSW-2563H '




Tooling by DIJET

(%)

—

(=}

o

=

Ll

—

)

<

>

a

= M Insert
High feed insert Shoulder insert for general steel
(EPMT1003 * * ZER) (ZPMT1003 * * ZER-PL)

[
AN L P
ﬁ lﬁi/jAN

Shoulder insert for Ti alloy

(ZPMT1003 > ZER-SL) /\

8 =
High feed insert for unfavorable conditions 1 a
(EPMW100312ZER) L s | !
[T—
° 4 "Mirror Insert" for finishing side & bottom face
= F /\ (YPHW1003 > > ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)
_ AN
R

High feed insert for unfavorable conditions o

(EPMW100312ZTR)

R-15)

For high hardened steel
(EPHW100316ZTR)

CBN insert

(

LN

(YPHW100308ZTR-F1)

Shoulder insert for aluminum "Mirror Insert" for finishing side & bottom face
(ZPMT1003 3 3 ZER-NL) (YPHW100320ZER-24)

—

L
S o =
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o
L@
PVD coating S|E|l@m Dimensions (mm)
Ol | O
c o
(o5 oD
Type Cat.No. §
2 [Te)
|2 8|28 2 g|wlw/@| L | S| W RE|AN
2N |5|5|18|8|a|z|c|X%|E
Sals | S |IS|(ha|jla|ln| oD
EPMT100312ZER M|@® o [ N BN J 10 3.2 6 | 1.2 |171°
High feed
insert EPMT100320ZER M| @ 10 3.2 6 | 20 | 11°
High feed insert EPMW100312ZER M|@® [ } 10 3.2 6 | 1.2 | 11°
for unfavorable .
conditions EPMW100312ZTR M|@® o o 10 3.2 6 | 1.2 | 11
For high EPHW100316ZTR |H |® @ 0 (32| 6 |16 11°
hardened steel
ZPMT100304ZER-NL | M [ ] 10.08 | 3.4 6 |04 |171°
Shoulder insert | ZPMT100308ZER-NL |M [ ] 10.08 | 3.4 6 | 0.8 11°
for aluminum
ZPMT100320ZER-NL | M [ ] 10.08 | 3.4 6 |20 |171°
ZPMT100304ZERPL |M | @ (@ o o 10.08 | 3.4 6 | 04| 11°

Shoulder insert
for ZPMT100308ZERPL |M | @ @ [ ) o 10.08 | 3.4 6 | 0.8 [11°

general steel

ZPMT100320ZERPL (M |@ | @ ° ®| (100834 | 6 |20 11°

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

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

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

YPHW100303ZER-15 |H | |@ ° ®| [1006/335 6 |03 11°

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

"Mirror Insert"
for finishing side YPHW100308ZER-F | H o 1006 3.35| 6 | 0.8 | 11°

& bottom face

YPHW100308ZTR-F1 | H @® (1006 |3.35| 6 | 0.8 | 11°

YPHW100320ZER-24 | H ® ® 10.06 |13.35| 6 | 2.0 | 11°

GRADE MARKING
Jc8118/DS118 JC8050 / JC7560 / DS150

° Q
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Carbon steel Tool & die steel Mold steel Mold steel
Material (S50C, S55C) (SKD61, SKD11) (HPM7, PX5, P20) (NAK80, HPM1, P21)
below 250HB below 255HB 30-36HRC 38-43HRC
Cat.No. Grade |coiig |scsos0 [Jcrseo [owio2 [0St |Ds150 [JCErs |Jce0s0 |Jc7se0 |DHIGR | DSiie [Dsis0  [Jcerie |Jcatso |ic7se0 [Duioe [osiie |osts [Jcerts |Jceoso |Jc7seo | buice | osiis |osiso
EPMT1003 % ZER| ¥ | ¥¢ | ¥ W | Yo | K w | Y| K | %
EPMW100312ZER O
EPMW100312ZTR | O | O | © 0100 0|10 |0 © 0
EPHW100316ZTR
Hardened die steel Hardened die steel Grey cast iron Stainless steel
Material (SKD61, DAC, DHA) (SKD11, SLD, DC11) (FC, FCD) (SUS304)
42-52 HRC 55-62HRC below 300HB below 250HB
Cat.No. Grade |jcong |scans0 |sc7560 [Dhice [ostie |0sis [Jcsiis |Jcatso |Jcrseo | Dioa | D118 |DsiS0 [Jcaria |Jcatso |ic7se0 |DHioe [ostia |DsisD [dcaris |Jcansn |Jc7se0 |Daiga |ostie | ostsD
EPMT1003 * % ZER| ¥¢ X | X @) o0
EPMW100312ZER | O O ©) ()
EPMW100312ZTR | @ o o O
EPHW100316ZTR | © ©
* EPMT Type : with chip breaker
) Titanium alloy Heat resistant alloy + EPMW Type : without chip breaker
Material (Ti-6Al-4V) (INCO718) * EPMW Type : without chip breaker
©': Firstchoice
Cat.No. Grade | ogi1g |ycoos0 |scrseo |owioz [ostie |ostso |Jceris |Jcaoso |dcrseo |owioe | osvis |psiso O For general milling
emooss 7R O 10 [@ 1 [O[616[010f [O10] & Lt ngioee
EPMW100312ZER L L J X: Not recommended
EPMW100312ZTR
EPHW100316ZTR
M Definition of corner shape for programming (mm)
Over cut i
Corner radius
for programming | Over cut | Remains
i i R1.2 R1.0 0 0.57
Corner radius for programming R =<,
* EPMT/W Type . - R1.5 (Std.) 0 0.45
(RE=R1.2) < L R2.0 004 | 033
Remains = Z R2.5 021 | 021
W=2.9 R3.0 0.40 0.09
(mm)
Qrer cut Corner radius
for programming Over cut | Remains
«EPMT Type Corner radius for programming R k2o R1.0 0 0.51
(RE=R2.0) ? 2 R1.5 0 0.31
< s R2.0 (Std.) 0 0.13
Remains ~ _— >
= R2.5 0.12 0.04
w24 R3.0 0.32 0
Over cut (mm)
Corner radius
for programming Over cut | Remains
i i R1.
« EPHW Type Corner radius for programming R 6 R1.0 0 0.42
“ 7 S R1.5 (Std.) 0 0.33
Remains — % R2.0 0.01 0.23
A =
R3.0 0.37 0.05
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Il Recommended Data for Profile Milling

Ramping Helical interpolation @ Calculation of tool pass dia.
L @Dh

¢dc = ¢Dh - ¢Dc

Tool pass dia. Boredia. Tool Dia.

@ Depth of cut per one circuit should
not exceed max. depth of cut Ap

¢Dc

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

e

dc

@ In case of ramping and helical interpolation, apply 70% or less feed (Vf) from standard cutting
condition table

@ In case of drilling, apply 50% or less Z axis feed (F) from standard cutting condition table

@ Long consecutive chips may result in case of drilling, confirm safe operating conditions

|l EPM*100312ZER

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth ; depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angle% g Total cuttir?g length L((ngzn) Min.Bore dia. | Max.Bore dia. |  z(mm)

QXP- 040R-16 40 34.1 1 0.5 114.6 70 78 0.6
QXP- 050R- * * 50 44.1 1 0.4 143.2 90 98 0.6
QXP-8052R-22 52 46.1 1 0.35 163.7 94 102 0.6
QXP-8063R- * 63 57.1 1 0.3 191 116 124 0.6
QXP-8066R- * * 66 60.1 1 0.3 191 122 130 0.6
QXP-2016-30-S16 16 10.2 0.8 1.8 25.5 22 30 0.6
QXP-3020-50-S20 20 14.1 0.8 1.4 32.7 30 38 0.6
QXP-4025-60-S25 25 19.1 0.8 1 45.8 40 48 0.6
QXP-5032-70-S32 32 26.1 0.8 0.7 65.5 54 62 0.5
QXP-6040-45-S32 40 34.1 0.8 0.5 91.7 70 78 0.6
MQX- 016-M8 16 10.2 0.8 1.8 25.5 22 30 0.6
MQX-> 017-M8 17 11.2 0.8 1.6 28.6 24 32 0.6
MQX->k 020-M10 20 14.1 0.8 1.4 32.7 30 38 0.6
MQX->021-M10 21 15.1 0.8 1.3 35.3 32 40 0.6
MQX->k 025-M12 25 19.1 0.8 1 45.8 40 48 0.6
MQX- * 026-M12 26 20.1 0.8 0.95 48.2 4 50 0.6
MQX-> 028-M12 28 22.1 0.8 0.85 53.9 46 54 0.6
MQX-> 030-M16 30 241 0.8 0.8 57.3 50 58 0.5
MQX- 032-M16 32 26.1 0.8 0.7 65.5 54 62 0.5
MQX-> 035-M16 35 29.1 0.8 0.6 76.4 60 68 0.5
MQX-> 040-M16 40 34.1 0.8 0.5 91.7 70 78 0.6
MQX- > 042-M16 42 36.2 0.8 0.45 101.9 74 82 0.6




Tooling by DIJET

MQX/QXP Type

(%]
—
(=}
(=}
-
Ll
-
[--]
<
>
L
[=]
=

Il Recommended Data for Profile Milling

| K EPMT100320ZER
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% g Total cuttirF:g length L((nF:r)n) Min.Bore dia. | Max.Bore dia. | 7(mm)

QXP- > 040R-16 40 35.1 1 0.55 104.2 72 78 0.7
QXP-k 050R- * 50 45.1 1 0.4 143.2 92 98 0.7
QXP-8052R-22 52 47.2 1 0.4 143.2 96 102 0.7
QXP-8063R-* * 63 58.2 1 03 191 118 124 0.7
QXP-8066R- * 66 61.2 1 03 191 124 130 0.7
QXP-2016-30-S16 16 1.2 0.8 23 19.9 24 30 0.7
QXP-3020-50-S20 20 15.1 0.8 1.5 30.6 32 38 0.7
QXP-4025-60-S25 25 20.1 0.8 1.1 41.7 42 48 0.6
QXP-5032-70-S32 32 27.1 0.8 0.75 61.1 56 62 0.6
QXP-6040-45-S32 40 35.1 0.8 0.55 83.3 72 78 0.7
MQX-> 016-M8 16 11.2 0.8 2.3 19.9 24 30 0.7
MQX- * 017-M8 17 12.2 0.8 2 22.9 26 32 0.7
MQX-> 020-M10 20 15.1 0.8 1.5 30.6 32 38 0.7
MQX-> 021-M10 21 16.1 0.8 1.4 32.7 34 40 0.7
MQX-* 025-M12 25 20.1 0.8 1.1 4.7 42 48 0.6
MQX- > 026-M12 26 21.1 0.8 1 45.8 44 50 0.6
MQX- > 028-M12 28 23.1 0.8 0.9 50.9 48 54 0.6
MQX-> 030-M16 30 25.1 0.8 0.85 53.9 52 58 0.6
MQX-* 032-M16 32 27.1 0.8 0.75 61.1 56 62 0.6
MQX->* 035-M16 35 30.1 0.8 0.65 70.5 62 68 0.6
MQX-> 040-M16 40 35.1 0.8 0.55 83.3 72 78 0.7
MQX-* 042-M16 42 37.1 0.8 0.55 83.3 76 82 0.7

| { EPMW100312ZTR
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% 9 Total cuttir?g i L((nezn) Min.Bore dia. | Max.Bore dia. | 7(mm)

QXP->k 040R-16 40 34.1 1 0.4 143.2 70 78 0.6
QXP-> 050R-* * 50 44.1 1 03 191 90 98 0.6
QXP-8052R-22 52 46.1 1 0.25 229.2 94 102 0.6
QXP-8063R- * * 63 57.1 1 0.2 286.5 116 124 0.6
QXP-8066R- * * 66 60.1 1 0.2 286.5 122 130 0.6
QXP-2016-30-S16 16 10.2 0.8 1.7 27 22 30 0.6
QXP-3020-50-S20 20 14.1 0.8 1.3 353 30 38 0.6
QXP-4025-60-S25 25 19.1 0.8 0.9 50.9 40 48 0.6
QXP-5032-70-532 32 26.1 0.8 0.6 76.4 54 62 05
QXP-6040-45-S32 40 34.1 0.8 0.4 114.6 70 78 0.6
MQX- * 016-M8 16 10.2 0.8 1.7 27 22 30 0.6
MQX- * 017-M8 17 11.2 0.8 1.5 30.6 24 32 0.6
MQX-> 020-M10 20 14.1 0.8 1.3 353 30 38 0.6
MQX- 021-M10 21 15.1 0.8 1.2 38.2 32 40 0.6
MQX- * 025-M12 25 19.1 0.8 0.9 50.9 40 48 0.6
MQX- * 026-M12 26 20.1 0.8 0.85 53.9 42 50 0.6
MQX- >k 028-M12 28 22.1 0.8 0.75 61.1 46 54 0.6
MQX-> 030-M16 30 241 0.8 0.7 65.5 50 58 0.5
MQX- * 032-M16 32 26.1 0.8 0.6 76.4 54 62 0.5
MQX-> 035-M16 35 29.1 0.8 0.5 91.7 60 68 0.5
MQX-> 040-M16 40 34.1 0.8 0.4 114.6 70 78 0.6
MQX- * 042-M16 42 36.2 0.8 0.35 131 74 82 0.6
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Nl EPHW100316ZTR

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth . depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angleg g Total cuttir?g length L((nqr)n Min.Bore dia. | Max.Bore dia. Z(mm)

QXP-> 040R-16 40 34.1 0.6 0.3 114.6 70 78 0.6
QXP-3 050R- * 50 44.1 0.6 0.2 171.9 90 98 0.6
QXP-8052R-22 52 46.1 0.6 0.2 171.9 94 102 0.6
QXP-8063R- * * 63 57.1 0.6 0.15 229.2 116 124 0.6
QXP-8066R- * * 66 60.1 0.6 0.15 229.2 122 130 0.6
QXP-2016-30-S16 16 10.2 0.6 1.1 31.2 22 30 0.6
QXP-3020-50-S20 20 14.1 0.6 0.8 43 30 38 0.6
QXP-4025-60-525 25 19.1 0.6 0.55 62.5 40 48 0.6
QXP-5032-70-S32 32 26.1 0.6 0.4 85.9 54 62 0.5
QXP-6040-45-S32 40 34.1 0.6 0.3 114.6 70 78 0.6
MQX- > 016-M8 16 10.2 0.6 1.1 31.2 22 30 0.6
MQX- > 017-M8 17 1.2 0.6 1 34.4 24 32 0.6
MQX- > 020-M10 20 14.1 0.6 0.8 43 30 38 0.6
MQX->021-M10 21 15.1 0.6 0.7 49.1 32 40 0.6
MQX-* 025-M12 25 19.1 0.6 0.55 62.5 40 48 0.6
MQX-* 026-M12 26 20.1 0.6 0.5 68.8 42 50 0.6
MQX-* 028-M12 28 22.1 0.6 0.45 76.4 46 54 0.6
MQX- > 030-M16 30 24.1 0.6 0.4 85.9 50 58 0.5
MQX-* 032-M16 32 26.1 0.6 0.4 85.9 54 62 0.5
MQX- > 035-M16 35 29.1 0.6 0.35 98.2 60 68 0.5
MQX- > 040-M16 40 34.1 0.6 0.3 114.6 70 78 0.6
MQX-* 042-M16 42 36.2 0.6 0.25 137.5 74 82 0.6

N ZPMT100304ZER-**

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angle% g Total cuttirr:g length L((n??n) Min.Bore dia. | Max.Boredia.|  z(mm)

QXP-> 040R-16 40 39 1 0.95 60.3 75.6 78.4 0.6
QXP- > 050R- * * 50 49 1 0.7 81.8 95.6 98.4 0.6
QXP-8052R-22 52 51 1 0.65 88.1 99.6 102.4 0.6
QXP-8063R- >k * 63 62 1 0.55 104.2 121.6 124.4 0.6
QXP-8066R-* * 66 65 1 0.5 114.6 127.6 130.4 0.6
QXP-2016-30-S16 16 15 0.8 3 15.3 27.6 30.4 0.6
QXP-3020-50-520 20 19 0.8 2.4 19.1 35.6 38.4 0.6
QXP-4025-60-S25 25 24 0.8 1.7 27 45.6 48.4 0.6
QXP-5032-70-S32 32 31 0.8 1.2 38.2 59.6 62.4 0.5
QXP-6040-45-S32 40 39 0.8 0.95 48.2 75.6 78.4 0.6
MQX-> 016-M8 16 15 0.8 3 15.3 27.6 30.4 0.6
MQX->017-M8 17 16 0.8 3.2 14.3 29.6 32.4 0.6
MQX-> 020-M10 20 19 0.8 2.4 19.1 35.6 38.4 0.6
MQX-> 021-M10 21 20 0.8 2.2 20.8 37.6 40.4 0.6
MQX-> 025-M12 25 24 0.8 1.7 27 45.6 48.4 0.6
MQX- > 026-M12 26 25 0.8 1.6 28.6 47.6 50.4 0.6
MQX-> 028-M12 28 27 0.8 1.5 30.6 51.6 54.4 0.6
MQX-> 030-M16 30 29 0.8 1.3 35.3 55.6 58.4 0.5
MQX- > 032-M16 32 31 0.8 1.2 38.2 59.6 62.4 0.5
MQX->* 035-M16 35 34 0.8 1.1 41.7 65.6 68.4 0.5
MQX-> 040-M16 40 39 0.8 0.95 48.2 75.6 78.4 0.6
MQX-> 042-M16 42 41 0.8 0.85 53.9 79.6 82.4 0.6
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Il Recommended Data for Profile Milling

N ZPMT100308ZER-**

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth : depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% g Total cuttirF:g length L((rﬁzn) Min.Bore dia. | Max.Bore dia. Z(mm)

QXP->k 040R-16 40 38.2 1 0.95 60.3 74.8 77.6 0.6
QXP- 050R-* * 50 48.2 1 0.7 81.8 94.8 97.6 0.6
QXP-8052R-22 52 50.2 1 0.65 88.1 98.8 101.6 0.6
QXP-8063R-* * 63 61.2 1 0.55 104.2 120.8 123.6 0.6
QXP-8066R- * * 66 64.2 1 0.5 114.6 126.8 129.6 0.6
QXP-2016-30-S16 16 14.2 0.8 3 15.3 26.8 29.6 0.6
QXP-3020-50-S20 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
QXP-4025-60-525 25 23.2 0.8 1.7 27 44.8 47.6 0.6
QXP-5032-70-S32 32 30.2 0.8 1.2 38.2 58.8 61.6 0.5
QXP-6040-45-S32 40 38.2 0.8 0.95 48.2 74.8 77.6 0.6
MQX-> 016-M8 16 14.2 038 3 15.3 26.8 29.6 0.6
MQX-> 017-M8 17 15.2 0.8 3.2 14.3 28.8 31.6 0.6
MQX-> 020-M10 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
MQX- 021-M10 21 19.2 0.8 2.2 20.8 36.8 39.6 0.6
MQX-> 025-M12 25 23.2 08 1.7 27 44.8 47.6 0.6
MQX- > 026-M12 26 24.2 0.8 1.6 28.6 46.8 49.6 0.6
MQX- > 028-M12 28 26.2 0.8 1.5 30.6 50.8 53.6 0.6
MQX->* 030-M16 30 28.2 0.8 1.3 35.3 54.8 57.6 0.5
MQX- > 032-M16 32 30.2 0.8 1.2 38.2 58.8 61.6 0.5
MQX- > 035-M16 35 33.2 0.8 1.1 41.7 64.8 67.6 0.5
MQX-> 040-M16 40 38.2 038 0.95 48.2 74.8 77.6 0.6
MQX- > 042-M16 42 40.2 0.8 0.85 53.9 78.8 81.6 0.6

N ZPMT100320ZER-**
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth : depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angle% g Total cuttir?g length L((ngzn) Min.Bore dia. | Max.Bore dia. Z(mm)

QXP-> 040R-16 40 35.8 1 0.95 60.3 70 75.2 0.6
QXP- 050R- 50 45.8 1 0.7 81.8 90 95.2 0.6
QXP-8052R-22 52 47.8 1 0.65 88.1 94 99.2 0.6
QXP-8063R-* * 63 58.8 1 0.55 104.2 116 121.2 0.6
QXP-8066R- * * 66 61.8 1 0.5 114.6 122 127.2 0.6
QXP-2016-30-S16 16 11.8 0.8 3 15.3 22 27.2 0.6
QXP-3020-50-520 20 15.8 0.8 2.4 19.1 30 35.2 0.6
QXP-4025-60-S25 25 20.8 0.8 1.7 27 40 45.2 0.6
QXP-5032-70-S32 32 27.8 0.8 1.2 38.2 54 59.2 0.5
QXP-6040-45-S32 40 35.8 0.8 0.95 48.2 70 75.2 0.6
MQX->016-M8 16 11.8 0.8 3 15.3 22 27.2 0.6
MQX-* 017-M8 17 12.8 0.8 3.2 14.3 24 29.2 0.6
MQX-> 020-M10 20 15.8 0.8 2.4 19.1 30 35.2 0.6
MQX->021-M10 21 16.8 0.8 2.2 20.8 32 37.2 0.6
MQX- > 025-M12 25 20.8 0.8 1.7 27 40 45.2 0.6
MQX- > 026-M12 26 21.8 0.8 1.6 28.6 42 47.2 0.6
MQX-> 028-M12 28 23.8 0.8 1.5 30.6 46 51.2 0.6
MQX-> 030-M16 30 25.8 0.8 1.3 35.3 50 55.2 0.5
MQX-* 032-M16 32 27.8 0.8 1.2 38.2 54 59.2 0.5
MQX-> 035-M16 35 30.8 0.8 1.1 N7 60 65.2 0.5
MQX-> 040-M16 40 35.8 0.8 0.95 48.2 70 75.2 0.6
MQX- > 042-M16 42 37.8 0.8 0.85 53.9 74 79.2 0.6
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" { YPHW100303ZER-15
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth :
Cat.No. Tool dia. S : Max.ramping | Max.depth of cut (ap) | ,,: : : depth
. | ofcut:a - Min.Bore dia. | Max.Bore dia.

Cutting dia P angle ®  [Total cutting length L (mm) BT ax.Bore dia. | - 7(mm)
QXP-> 040R-16 40 39.3 0.3 1 17.2 77 78.7 0.3
QXP->* 050R- * * 50 49.3 0.3 0.75 22.9 97 98.7 0.3
QXP-8052R-22 52 51.3 03 0.7 24.6 101 102.7 03
QXP-8063R-* * 63 62.3 03 0.6 28.6 123 124.7 0.3
QXP-8066R- * * 66 65.3 0.3 0.55 31.3 129 130.7 0.3
QXP-2016-30-516 16 15.3 03 1.3 13.2 29 30.7 0.2
QXP-3020-50-520 20 19.3 03 2.1 8.2 37 38.7 0.3
QXP-4025-60-S25 25 24.3 0.3 1.8 9.5 47 48.7 0.3
QXP-5032-70-S32 32 31.3 0.3 1.3 13.2 61 62.7 0.3
QXP-6040-45-532 40 39.3 03 1 17.2 77 78.7 03
MQX->016-M8 16 15.3 0.3 1.3 13.2 29 30.7 0.2
MQX->017-M8 17 16.3 0.3 1.7 10.1 31 32.7 0.3
MQX-> 020-M10 20 19.3 03 2.1 8.2 37 38.7 0.3
MQX- > 021-M10 21 203 03 2.4 7.2 39 40.7 03
MQX- > 025-M12 25 24.3 0.3 1.8 9.5 47 48.7 0.3
MQX- > 026-M12 26 25.3 03 1.7 10.1 49 50.7 0.3
MQX- 028-M12 28 27.3 03 1.6 10.7 53 54.7 0.3
MQX-> 030-M16 30 29.3 0.3 1.4 12.3 57 58.7 0.3
MQX- > 032-M16 32 31.3 0.3 1.3 13.2 61 62.7 0.3
MQX->* 035-M16 35 34.3 0.3 1.2 14.3 67 68.7 0.3
MQX- 040-M16 40 39.3 03 1 17.2 77 78.7 0.3
MQX- >k 042-M16 42 41.3 0.3 0.9 19.1 81 82.7 0.3

| [ YPHW100308ZER-15
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth . depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep

Cutting dia. | of cut:ap angIeFO) 9 Total cuttirr:g length L((nl:l)'n) Min.Bore dia. | Max.Bore dia. |  7(mm)

QXP->< 040R-16 40 38.3 0.3 1 17.2 75 77.7 0.3
QXP- 050R- * * 50 483 03 0.75 22.9 95 97.7 0.3
QXP-8052R-22 52 50.3 03 0.7 24.6 99 101.7 0.3
QXP-8063R-> * 63 61.3 0.3 0.6 28.6 121 123.7 0.3
QXP-8066R-* * 66 64.3 03 0.55 31.3 127 129.7 0.3
QXP-2016-30-S16 16 14.3 03 1.4 12.3 27 29.7 0.2
QXP-3020-50-S20 20 18.3 0.3 2.2 7.8 35 37.7 0.3
QXP-4025-60-S25 25 23.3 0.3 1.9 9 45 47.7 0.3
QXP-5032-70-S32 32 30.3 0.3 1.4 12.3 59 61.7 0.3
QXP-6040-45-532 40 38.3 0.3 1 17.2 75 71.7 0.3
MQX-> 016-M8 16 14.3 03 1.4 12.3 27 29.7 0.2
MQX->k017-M8 17 15.3 0.3 1.8 9.5 29 31.7 0.3
MQX-> 020-M10 20 18.3 03 2.2 7.8 35 37.7 03
MQX->021-M10 21 19.3 0.3 2.5 6.9 37 39.7 0.3
MQX->k 025-M12 25 23.3 0.3 1.9 9 45 47.7 0.3
MQX-> 026-M12 26 24.3 0.3 1.8 9.5 47 49.7 0.3
MQX-> 028-M12 28 26.3 03 1.7 10.1 51 53.7 0.3
MQX-> 030-M16 30 28.3 0.3 1.5 11.5 55 57.7 0.3
MQX-> 032-M16 32 30.3 03 1.4 12.3 59 61.7 0.3
MQX- > 035-M16 35 333 0.3 1.2 14.3 65 67.7 0.3
MQX->k 040-M16 40 38.3 03 1 17.2 75 71.7 0.3
MQX- >k 042-M16 42 40.3 0.3 0.9 19.1 79 81.7 0.3
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Tooling by DIJET

M MAX

Il Recommended Data for Profile Milling

MQX/QXP Type

| X YPHW100320ZER-24
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth g depth
Cat.No. Tool dia. R ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angleg g Total cuttirr:g length L((ngzn) Min.Bore dia. | Max.Bore dia. Z(mm)
QXP-> 040R-16 40 35.9 03 1.1 15.6 70.2 75.3 0.3
QXP-* 050R- * * 50 45.9 0.3 0.9 19.1 90.2 95.3 0.3
QXP-8052R-22 52 47.9 0.3 0.85 20.2 94.2 99.3 0.3
QXP-8063R- * * 63 58.9 03 0.65 26.4 116.2 121.3 0.3
QXP-8066R- * * 66 61.9 0.3 0.65 26.4 122.2 127.3 0.3
QXP-2016-30-S16 16 11.9 0.3 1.9 9 222 27.3 0.3
QXP-3020-50-520 20 15.9 03 2.5 6.9 30.2 35.3 0.3
QXP-4025-60-525 25 20.9 03 2.2 7.8 40.2 45.3 0.3
QXP-5032-70-532 32 27.9 0.3 1.5 11.5 54.2 59.3 0.3
QXP-6040-45-532 40 35.9 03 1.1 15.6 70.2 75.3 0.3
MQX- * 016-M8 16 11.9 03 1.9 9 22.2 27.3 0.3
MQX-* 017-M8 17 12.9 03 2.2 7.8 24.2 29.3 0.3
MQX- > 020-M10 20 15.9 0.3 2.5 6.9 30.2 35.3 0.3
MQX- * 021-M10 21 16.9 0.3 2.8 6.1 32.2 37.3 0.3
MQX- > 025-M12 25 20.9 03 2.2 7.8 40.2 453 0.3
MQX-* 026-M12 26 21.9 0.3 2 8.6 422 47.3 0.3
MQX- > 028-M12 28 23.9 0.3 1.8 9.5 46.2 51.3 0.3
MQX-> 030-M16 30 25.9 03 1.6 10.7 50.2 55.3 0.3
MQX-* 032-M16 32 27.9 03 1.5 11.5 54.2 59.3 0.3
MQX- * 035-M16 35 30.9 0.3 1.4 12.3 60.2 65.3 0.3
MQX- * 040-M16 40 35.9 03 1.1 15.6 70.2 75.3 0.3
MQX- 042-M16 42 37.9 0.3 1.1 15.6 74.2 79.3 0.3




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
16/17 20 20/21
Material | Grade 2N 3N 4N
? dp de n Vit dp de n Vit ? dp de n '
(mm) | (mm) | (mm) [(min)|mm/min)] (mm) | (mm) | (mm) [(Min)|(mm/min)| (mm) | (mm) | (mm) [(min7)|(mm/min)
JC7560 | ~70] 0.6 | ~10 [3,600(4,900| ~70| 0.6 | ~14 |2,850/5:800 ~70| 0.6 | ~14 |2,850|7,700
C@g%gf;?ﬁgf" (JCc8050) | 120| 0.5 | ~10 |3,600(4,500| 120| 0.5 | ~14 |2,850/5,300| 120| 0.5 | ~14 |2,850/7,000
below250HB | (JC8118) | 160| 0.35| ~10 |3,000/4,200] 190| 0.35| ~14 |2,400/4,900] 190| 0.35 | ~14 | 2,400/ 6,500
Tool & die steel | JC7560 | ~70] 0.6 | ~10 |3,600/4,900 ~70| 0.6 | ~14 2,850 5800| ~70| 0.6 | ~14 |2,850/7,700
(8061, SK011) (JC8050) | 120| 0.5 | ~10 |3,600(4,500] 120| 0.5 | ~14 |2,850|5,300| 120| 0.5 | ~14 |2,850|7,000
(JC8118) | 160 0.35| ~10 |3,000/4,200{ 190| 0.35| ~14 |2,400| 4,900 190| 0.35| ~14 | 2,400/6,500
JC8118 | ~70] 0.6 | ~10 [3,600(4,900{ ~70| 0.6 | ~14 |2,850(5:800 ~70| 0.6 | ~14 |2,850|7,700
(Hﬁ"hj’ifjp%?%m (Jc7560) | 120] 0.5 | ~10 [3,600[4500] 120 0.5 | ~14 [2,850/5.300] 120/ 0.5 | ~14 | 2,850/ 7,000
S036HRC 1 (JC8050) | 160| 0.35| ~10 |3,0004,200{ 190| 0.35| ~14 |2,400(4,900| 190 0.35 | ~14 | 2,400|6,500
Moldsteel | Jcg1ng |=70L 05 | ~101.900/2,600] ~70[ 0.5 | ~14 |1,500[3050] ~70/ 0.5 | ~14 |1,500/4,050
(NAKBO,HM1,P21) | o coy | 120/ 0.3 | ~10 1,900/ 2,400] 120] 0.3 | ~14 |1,500/2,800] 120/ 0.3 | ~14 |1,500/3700
38-43HRC 160/ 0.2 | ~10 |1,600]2,200] 190 0.2 | ~14 1,250/ 2,600] 190/ 0.2 | ~14 |1,250/3.400
Hardened die | cq11g ~70| 0.4 | ~10 |1,400(1,400{ ~70| 0.4 | ~14 [1,100/1,650| ~70| 0.4 | ~14 |1,100/2,200
(KDL, DHA (Jc80s0) |_120] 0-3 | ~10 1,400/1,400] 120| 0.3 | ~14 1,100/1,650| 120/ 03 | ~14 |1,100]2,200
42-52HRC 160 — | — | —| — {190 —| — | —|—=1[10 —|—-|—-|-
Hard%ne?die Lcg1ng | =70/ 015 ~10 | 600 180 ~70| 0.15| ~14 | 500 230| ~70/ 0.15] ~14| 500 300
(SKDHS;SEL‘?D'DCH) EPMWype 120/ 0.1 | ~10 | 600/ 180| 120( 0.1 | ~14 | 500/ 230| 120/ 0.1 | ~14 | 500/ 300
55-62HRC 160] — | — | —| —[190 —| - —-]—=1]190 - —-]-]-
Gery & Nodular | jqrqg | =70 0.8 | ~103,000[5000] ~70] 0.8 | ~14 |2,400/6,000] ~70| 0.8 | ~14 [2400/8,000
C(?Ef’,tF'ég)n (JC7560) 120( 0.6 | ~10 |3,000/4,500| 120| 0.6 | ~14 |2,400/5,400| 120| 0.6 | ~14 |2,400|7,200
below 300HB 160| 0.5 | ~10 |2,200{3,750| 190| 0.5 | ~14 |1,750(4,500| 190| 0.5 | ~14 |1,750| 6,000
Stainless steel | Jcgoso |70 06 | ~10 31004200 ~70[ 0.6 | ~14 [2,500]5100] ~70| 0.6 | ~142,500/6,800
(SUs30®) | (o7560) |_120] 0.5 | ~10 3,000/4,000| 120 0.5 | ~14 2,4004900] 120/ 0.5 | ~14|2,400/6,500
below 250HB 160/ 0.35| ~10 |3,000(4,000{ 190| 0.35| ~14 |2,400(4,900| 190|0.35 | ~14 | 2,400|6,500
o DS150 | ~70] 0.5 | ~10 [1,200] 960] ~70] 0.5 | ~14 | 950[1,140| ~70] 0.5 | ~14 | 950[1,500
Titaniumalloy | s118) | 120] 0.3 | ~10 1,200 960 120] 0.3 | ~14| 9501140 120/ 0.3 | ~14 | 950/1,500
(JCB050) | 160| 0.2 | ~10 1,200/ 960| 190| 0.2 | ~14 | 950 1,140 190| 0.2 | ~14 | 950|1,500
Heat resistant | JC8118 | 70| 0.5 | ~10 | 630 380] ~70/ 0.5 | ~14 | 500 450] ~70/0.5 | ~14 | 500/ 600
allo (DS118) | 120/ 0.3 | ~10| 630 380 120/ 0.3 | ~14 | 500/ 450] 120/ 0.3 | ~14 | 500/ 600
(INCO718) | (DS150) | 160| 0.2 | ~10 | 630 380| 190| 0.2 | ~14 | 500| 450| 190/ 0.2 | ~14| 500 600

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.

6. When using Endmill type, reduce cutting conditions above by 10-20%.
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QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank )
Tool dia.(mm)
25/26 25/26/28
Material | Grade AN SN
? ap de n Vf 2 dp de n Vi
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
JC7560 | ~90 | 0.8 ~19 | 2,300 | 6200 | ~90 | 0.8 ~19 | 2,300 | 7,700
C(gg%g,”sgggf' (Jc8050) | 140 | 0.6 ~19 | 2,300 | 5600 | 140 | 06 | ~19 | 2300 | 7,000
below250H8 | (JC8118) | 210 | 0.4 ~19 | 1,900 | 5200 210 | 0.4 ~19 | 1,900 | 6,500
Tool & die steel | JC7560 | ~90 | 0.8 ~19 | 2,300 | 6200 | ~90 | 0.8 ~19 | 2,300 | 7,700
(§KD61, S011) (JC8050) [ 140 | 0.6 ~19 | 2,300 | 5600 | 140 | 0.6 ~19 | 2,300 | 7,000
(JC8118)| 210 | 04 ~19 | 1,900 | 5200 210 | 0.4 ~19 | 1,900 | 6,500
Jcg118 | ~90 | 08 ~19 | 2,300 | 6200 [ ~90 | 0.8 ~19 | 2,300 | 7,700
ey |(JC7560)| 140 | 0.6 | ~19 | 2300 | 5600 | 140 | 06 | ~19 | 2300 | 7,000
S036HRC  1(JC8050) | 210 | 0.4 ~19 | 1,900 | 5200 | 210 | 0.4 ~19 | 1,900 | 6,500
~90 | 0.6 ~19 | 1200 | 3250 | ~90 | 0.6 ~19 | 1,200 | 4,050
Mold steel JC8118
(NAKE, HPUTP1) | (ylgneo | 140 | 0.4 ~19 | 1200 | 3000 | 140 | 0.4 ~19 | 1,200 | 3,700
3843HRC 210 | 03 ~19 | 1,000 | 2700 | 210 | 03 ~19 | 1,000 | 3,400
Hardetned de | og1ig |~%0 | 04 ~19 900 | 1,800 | ~90 | 0.4 ~19 900 | 2,250
(SKDMS: éi?c, oi) | (JC8050) 140 | 0.3 ~19 900 | 1,800 140 | 0.3 ~19 900 | 2,250
42-52HRC 21 0 —_ —_ —_ —_ 21 0 —_ —_ — —
Hard%ne? de | ogirg |90 | 015 | ~19 400 | 240 | ~90 | 015 | ~19 400 300
(SKDH% SEL% 0C11) [EPMWType 140 | 0.1 ~19 400 240 140 | 0.1 ~19 400 300
55-62HRC 210 — — — — 210 — — — —
Gery & Nodular | |ng1g | =90 | 08 ~19 | 1900 | 6400 | ~90 | 0.8 ~19 | 1,900 | 8,000
‘igg};gg)" (JC7560) 140 | 0.6 ~19 | 1,900 | 5,800 140 | 0.6 ~19 1,900 | 7,200
below 300HB 210 | 0.5 ~19 | 1,600 | 4800 | 210 | 0.5 ~19 | 1,600 | 6,000
. ~90 | 08 ~19 | 2,000 | 5450 | ~90 | 08 ~19 | 2,000 | 6,800
Stainless steel | JC8050
(SUS304) (Jc7560) |__140 | 06 ~19 | 2,000 | 5200 | 140 | 0.6 ~19 | 2,000 | 6,500
below 250HB 210 | 035 | ~19 | 1,900 | 4950 | 210 | 035 | ~19 | 1,900 | 6200
o DS150 ~90 | 0.5 ~19 750 | 1,200 | ~90 | 0.5 ~19 750 | 1,500
Tianiumalloy | (ps118) | 140 | 03 | ~19 | 750 | 1,200 | 140 | 03 | ~19 | 750 | 1500
(JC8050) [ 210 | 0.2 ~19 750 | 1,200 | 210 | 0.2 ~19 750 | 1,500
_ Jcg118 | ~90 | 0.5 ~19 400 | 480 | ~90 | 0.5 ~19 400 600
Heat fgsstant (DS118) | 140 | 0.3 ~19 400 | 480 | 140 | 0.3 ~19 400 600
(NCO718) | (DS150) | 210 | 02 | ~19 | 400 | 480 | 210 | 02 | ~19 | 400 | 600
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.

6. When using Endmill type, reduce cutting conditions above by 10-20%.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
30/32/35 32/35
Material | Grade SN 6N
? dap de n Vi ? dp de n Vi
(mm) (mm) (mm) (minT™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)
JC7560 | ~100 | 0.8 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1,900 | 7,600
C(gg%g,“sggg;*' (Jc8050)| 150 | 0.6 ~25 | 1,800 | 6000 | 150 | 0.6 ~25 | 1,800 | 7,200
below 250HB | (JC8118) [ 210 | 0.4 ~25 | 1,500 | 5,000 210 | 0.4 ~25 | 1,500 | 6,000
Tool & die steel | JC7560 | ~100 | 0.8 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1900 | 7,600
(5061, SKO1) (Jcsos0)| 150 | 0.6 ~25 | 1,800 | 6,000 150 | 0.6 ~25 | 1,800 | 7,200
elow
(JC8118) 210 | 0.4 ~25 1,500 | 5,000 210 | 0.4 ~25 1,500 | 6,000
Voldsieel | JCB118 | =100 | 08 ~25 | 1900 | 6350 | ~100 | 0.8 ~25 | 1900 | 7,600
(HPM7.PY5 P20) | (JC7560)[ 150 | 0.6 | ~25 | 1,800 | 6000 | 150 | 06 | ~25 | 1,800 | 7,200
30-36HRC —1(JC8050) [ 210 | 0.4 ~25 | 1,500 | 5,000 210 | 0.4 ~25 | 1500 | 6,000
~100 | 0.6 ~25 950 | 3,200 | ~100 | 0.6 ~25 950 | 3,800
Mold steel JC8118
(NAKBO,HoM1,P21) | (goe | 150 | 0.4 ~25 950 | 3,200 150 | 0.4 ~25 950 | 3,800
S8-43HRC 210 | 03 ~25 800 | 2650 | 210 | 03 ~25 800 | 3200
HardetneF die | jogrig | 100 | 04 ~25 700 | 1,750 | ~100 | 0.4 ~25 700 | 2,100
Slee
(ko5 o, o) | (Jcg0s0) | 150 | 03 ~25 700 | 1,750 150 | 0.3 ~25 700 | 2,100
42-52HRC 2'] 0 — — — — 2'] 0 — — — —
Hard%ne? die | jogiig |10 | 015 | ~25 300 | 250 | ~100 | 015 | ~25 300 | 300
Slee ~ ~
011 S.0,0011) [EPMWTypel 120 |01 25 300 | 250 150 | 0.1 25 300 | 300
55-62HRC 210 — — — — 210 — — — —
Gery & Nodular | Jogrqg | 190 | 1 ~25 | 1,500 | 6250 | ~100 | 1 ~25 | 1,500 | 7,500
‘iggtF'gg)” (JC7560) 150 | 0.8 ~25 1,500 | 5,750 150 | 0.8 ~25 1,500 | 6,900
below 300HB 210 | 0.6 ~25 | 1250 | 4850 210 | 0.6 ~25 | 1250 | 5800
_ ~100 | 08 ~25 | 1700 | 5700 | ~100 | 0.8 ~25 | 1700 | 6,800
Stainless steel | JC8050
(susson) | (Jo7s60) | 150 | 0.6 ~25 | 1,600 | 5350 150 | 0.6 ~25 | 1600 | 6400
below 250HB 210 | 035 | ~25 | 1500 | 5000 210 | 035 | ~25 | 1,500 | 6,000
o DS150 | ~100 | 0.5 ~25 600 | 1,250 | ~100 | 05 ~25 600 | 1,500
Tianiumalloy | (ps118) | 150 | 03 | ~25 | 600 | 1,50 | 150 | 03 | ~25 | 600 | 1,500
(JC8050) [ 210 | 0.2 ~25 600 | 1,250 210 | 0.2 ~25 600 | 1,500
. Jcg11s | ~100 | 05 ~25 300 | 500 | ~100 | 0.5 ~25 300 | 580
Heat resistant
allo (DS118) | 150 | 0.3 ~25 300 | 500 150 | 0.3 ~25 300 | 580
(INCO7®) | (DS150) | 210 | 0.2 ~25 300 | 500 | 210 | 02 ~25 300 | 580

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.
6. When using Endmill type, reduce cutting conditions above by 10-20%.



Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (EPMT/W insert) + MSN shank o
Tool dia.(mm)
40/42 40
Material | Grade 6N /N
? dp de n Vi ? dp de n '
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
JC7560 | ~100 | 0.8 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1,500 | 7,500
C("E'S[-,%S,”S%Sf' (Jc8o50)| 150 | 0.6 ~32 | 1400 | 5900 | 150 | 0.6 ~32 | 1,400 | 7,000
below 250HB | (JC8118) | 210 | 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1,200 | 6,000
Tool & die steel | JC7560 | ~100 | 0.8 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1500 | 7,500
(5061, SO1) (Jc8os0) | 150 | 0.6 ~32 | 1400 | 5900 150 | 0.6 ~32 | 1400 | 7,000
elow
(JC8118) 210 | 0.4 ~32 1,200 | 5,000 210 | 0.4 ~32 1,200 | 6,000
Voldsieel | JC8118 [ =100 | 08 ~32 | 1500 | 6300 | ~100 | 0.8 ~32 | 1500 | 7,500
(HPM7.PX5 P20) | (JC7560)| 150 | 0.6 | ~32 | 1400 | 5900 | 150 | 0.6 | ~32 | 1,400 | 7,000
30-36HRC —1(JC8050) [ 210 | 0.4 ~32 | 1,200 | 5,000 210 | 0.4 ~32 | 1200 | 6,000
~100 | 0.6 NG 750 | 3,000 | ~100 | 0.6 N 750 | 3,500
Mold steel Jcs118
(NAKBO, HoM1,P21) | (ygoe | 150 | 0.4 ~32 750 | 3,000 150 | 0.4 ~32 750 | 3,500
38-43HRC 210 | 03 ~32 620 | 2500 | 210 | 03 ~32 620 | 2,900
Hardetned die | jogrig | 100 | 04 ~32 550 | 1,650 | ~100 | 0.4 ~32 550 | 1,900
Slee
(sk061.55, 04 | (J0g050) | 150 | 03 ~32 550 | 1,650 150 | 0.3 ~32 550 | 1,900
42-52HRC 2'] 0 — — — — 2‘] 0 — — — —
Hard%ne? die | jogiig |10 | 015 | ~32 250 | 240 | ~100 | 015 | ~32 250 | 280
Slee ~ ~
(015 $.0.0011) [EPMWTypel 120 | 0.1 32 250 | 240 150 | 0.1 32 250 | 280
55-62HRC 210 — — — — 210 — — — —
Gery & Nodular | | ogrqg | 100 | 1 ~32 | 1200 | 6150 | ~100 | 1 ~32 | 1200 | 7,200
C(ggtF'gg)“ (JC7560) 150 | 0.8 ~32 1,200 | 5,650 150 | 0.8 ~32 1,200 | 6,600
below 300HB 210 | 0.6 ~32 | 1000 | 4700 210 | 0.6 ~32 | 1,000 | 5500
, ~100 | 08 ~32 | 1350 | 5850 | ~100 | 0.8 ~32 | 1350 | 6,800
Stainless steel | JC8050
(3US304) (JC7560) | 150 | 0.6 ~32 | 1300 | 5550 150 | 0.6 ~32 | 1300 | 6,500
below 250HB 210 | 035 | ~32 | 1200 | 57150 210 | 035 | ~32 | 1,200 | 6,000
o DS150 | ~100 | 0.5 ~32 480 | 1150 | ~100 | 0.5 ~32 480 | 1,350
Tianiumalloy | (ps118) | 150 | 03 | ~32 | 480 | 1,150 | 150 | 03 | ~32 | 480 | 1350
(JC8050) 210 | 0.2 ~32 480 | 1,150 210 | 0.2 ~32 480 | 1,350
. Jcs118 | ~100 | 0.5 ~32 250 | 450 | ~100 | 0.5 ~32 250 520
Heat resistant
allo (0s118) | 150 | 03 ~32 250 | 450 150 | 0.3 ~32 250 520
(INCO718) | (DS150) [ 210 | 0.2 ~32 250 | 450 | 210 | 02 ~32 250 | 520
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions above by 10-30%.

6. When using Endmill type, reduce cutting conditions above by 10-20%.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (EPMT/W insert) (1)
s _ Tool dia.(mm)
25 40
Material |Grade |8 = 6N 7N
) ap e n Vs p . Vi
(mm) (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
Carbon steel | J€7560 | 200 0.6 ~32 | 1,100 | 5300 | 06 ~32 | 1,100 | 6200
(ss0¢,s55¢) | (JC8050)| 250 | 0.5 ~32 1,000 | 4,800 0.5 ~32 1,000 | 5600
below 250HB (Jcs118)| 300 — — — — — - — —
350 — — — — — — — —
167560 ~150| 0.8 ~32 1,250 6,000 0.8 ~g% 1,250 7,000
. 200 0.6 ~32 1,100 5,300 0.6 = 1,100 6,200
T(()s(l)(logéfj'si&t?)d (JCB050)| 250 0.5 ~32 1,000 | 4,800 0.5 ~32 1,000 5,600
below 255HB (Jcs118)[ 300 — = — — — — — =
350 = — = = — — — —
~150] 0.8 ~32 1,250 6,000 0.8 ~32 1,250 7,000
Mold steel | JC8118 | 200| 0.6 ~32 1,500 | 5300 | 06 ~32 1,100 | 6200
(HPM7,Px5,P20) | (JC7560)| 250 | 0.5 ~32 1,000 | 4,800 0.5 ~32 1,000 | 5,600
30-36 HRC (JCs050)| 300 — — — — — — — —
350 — — — — — — — —
~150] 0.6 ~32 680 2,850 0.6 ~32 680 3,300
(NAKBO, HPM1,P21) | (0050|250 ] 0.3 ~32 600 2,500 0.3 ~32 600 2,900
38-43HRC 300 _ — _ _ _ — _ _
350 = — = = — - - —
~150| 0.4 ~32 520 1,550 0.4 ~32 520 1,800
Hardened die 200 0.2 ~32 520 1,550 0.2 ~32 520 1,800
st Jo8118 oL~ 2 s - 22
(SKD61, DAC, DHA) | (JC8050) — — = —
42'52HRC 300 — — — - — — —
350 — — — — — — — —
~150| 0.15 ~32 240 230 0.15 ~32 240 2170
stee 250 = = — — — — — —
(SKD11, SLD, DC11) [EPMWType 300 — — — — — — — —
55-62HRC
350 — — — — = — — —
~150| 0.8 ~32 1,100 6,600 0.8 ~32 1,100 7,700
Gery & Nodular | ;0118 200 0.6 ~32 1,000 6,000 0.6 ~32 1,000 7,000
c(ggtFlég)n (JC7560) 250 0.5 ~32 900 5,400 0.5 ~32 900 6,300
below 300HB 3001 — = - - — - = =
350 — — — — — — — —
~150| 0.6 ~32 1,200 5,400 0.6 ~g§ 1,200 6,300
. 200f 0.4 ~32 1,100 4,950 0.4 % 1,100 5,800
Stainless See! | Jovseo)| 250 0.3 | ~32 | 1000 | 4450 | 03 | ~32 | 1000 | 5200
below 250HB 300 = — = = — — — —
350 = — — = — - — —
~150| 0.6 ~32 480 1,150 0.6 ~32 480 1,350
o DS150 | 200| 0.4 ~32 440 | 1,050 | 0.4 ~32 440 | 1230
Titaniumalloy | (0s118) [ 250 0.3 ~32 440 | 1,050 | 0.3 ~32 440 | 1,230
(Te6AHV) = | (Jcos0) | 300| — — — — = - = =
350 — — - — - — - —
~150| 0.6 ~32 240 430 0.6 ~32 240 500
Heat resistant | JC8118 200| 0.4 ~32 200 360 0.4 ~32 200 420
(.N""c%%s) (ps118) | 250 0.3 ~32 200 360 | 0.3 ~32 200 420
(DS150) [ 300 — — — — — — — —
350 = — = = — — — —




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (EPMT/W insert) (1]
S _ Tool dia.(mm)
2% 50 50/52
Material |Grade |8 & N 8N
) ap ae Vs ap ae Vs
(mm) (mm) (mm) (min?) (mm/min) (mm) (mm) (min?) (mm/min)
~150( 1 ~40 1,000 6,300 1 ~40 1,000 7,200
Carbon steel | J€7560 | 200| 0.8 ~40 | 1,000 | 5950 | 08 ~40 | 1,000 | 6,800
(s50C,555¢) | (JC8050) [ 250| 0.6 ~40 900 | 5350 | 0.6 ~40 900 | 6,100
below250HB | (JC8118) [ 300| 0.5 ~40 800 4,750 0.5 ~40 800 5,450
350 0.4 ~4( 800 4,750 04 ~40 800 5,450
167560 ~150| 1 ~40 1,000 6,300 1 ~18 1,000 7,200
; 200 0.8 ~40 1,000 5,950 0.8 & 1,000 6,800
Tools diesteel | (ucsos0) [ 250| 06 ~40 900 | 5350 | 0.6 ~40 900 | 6100
below255HB | (JC8118) [ 300| 0.5 ~40 800 4,750 0.5 ~40 800 5,450
350 0.4 ~40 800 4,750 04 ~40 800 5,450
~150] 1 ~40 1,000 6,300 1 ~40 1,000 7,200
Mold steel JC8118 200| 0.8 ~40 1,000 5,950 0.8 ~40 1,000 6,800
(HPM7,Px5,P20) | (JC7560) | 250 0.6 ~40 900 | 5,350 0.6 ~40 900 | 6,100
30-36 HRC (JCcsos0) | 300| 0.5 ~40 800 | 4,750 0.5 ~40 800 5,450
350 0.4 ~40 800 4,750 0.4 ~40 800 5,450
~150] 0.8 ~4(0 540 2,600 0.8 ~40 540 3,000
(NAKBO, HPM1,P21) | (jcggs50) | 2501 0.4 ~40 510 2,500 0.4 ~40 510 2,850
38-43HRC 300 0.3 ~40 480 2,350 0.3 ~40 480 2,700
350 0.3 ~40 480 2,000 0.3 ~40 480 2,300
~150| 0.6 ~40 400 1,400 0.6 ~40 400 1,600
Hardened die | ;ng11s 200] 0.4 ~40 400 1,400 0.4 ~40 400 1,600
sKo6s s oy | (Jcsoso) | 250 0.2 ~40 400 | 1,400 | 02 ~40 400 | 1,600
42-52HRC 300 — — — — — — —
350 — — — — — — — —
~150] 0.15 ~40 190 210 0.15 ~40 190 240
(SKD11, SLD, DC11) [EPMWType %(5)8 01 Nio 1_70 1_90 Ol iO 1_70 2_20
55:62HRC
350 — — — — — — — -
~150( 1 ~40 900 7,500 1 ~40 900 8,600
Gery & Nodular | jng11g 200 0.8 ~40 900 6,300 0.8 ~4(0 900 7,200
castiron | J¢7560) | 250] 0.6 ~40 850 | 5950 | 0.6 ~40 850 | 6,800
A 300] 0.5 ~40 800 | 5600 | 05 ~40 800 | 6,400
350 0.4 ~40 800 5,600 0.4 ~40 800 6,400
~150| 0.8 ~4(0 950 5,600 0.8 ~218 950 6,400
. 200 0.6 ~40 950 5,000 0.6 & 950 5,700
Stainless Sl | Jeogeny | 250 0.4 | ~40 | 900 | 4700 | 04 | ~40 | oo | 5400
below 250HB 300] 0.3 ~40 900 4,700 0.3 ~40 900 5,400
350 0.3 ~40 850 4,450 0.3 ~40 850 5100
~150] 0.8 ~40 380 1,050 0.8 ~40 380 1,220
o DS150 200 0.6 ~4(0 380 1,050 0.6 ~40 380 1,220
Titaniumalloy | (DS118) [ 250 0.4 ~40 350 980 0.4 ~40 350 | 1,120
(TH6AYV) * | (jc8050) [ 300] 0.3 ~40 350 980 | 0.3 ~40 350 | 1.120
3501 0.3 ~40 320 890 0.3 ~40 320 1,020
~150] 0.8 ~40 190 390 0.8 ~40 190 450
Heat rfsistant JC8118 200] 0.6 ~40 190 390 0.6 ~40 190 450
(INaC(I% 3 (0s118) | 250 0.4 ~40 160 330 | 04 ~40 160 380
(DS150) 300 0.3 ~40 160 330 0.3 ~40 160 380
350] 0.3 ~40 130 270 0.3 ~40 130 310




Tooling by DIJET

(7]
—
S
-
QM MAX MQX/QXP Type w
<
>
a
Il Recommended cutting conditions =
@ QXP Type (EPMT/W insert) (1)
E Tool dia.(mm)
, 2% 63/66
Material Grade | 5 < 8N
=y dp de n i
(mm) (mm) (mm) (min") | (mm/min)
107560 ~§08 1 ~50 800 5,750
Carbon steel 50| 0.8 ~50 | 800 | 5450
(ss0c,s55¢) | (JC8050) [ 300| 0.6 ~50 720 4,900
below 250HB (Jcs118)| 350 0.5 ~50 640 4350
400 0.4 ~50 640 4,350
167560 ~200 1 ~50 800 5,750
. 250 0.8 ~50 800 5,450
Tool & die steel
?S?(D61,IS$(DS1 %e (JC8050)| 300| 0.6 ~50 720 4,900
below 255HB (Jcs118)| 350 0.5 ~50 640 4350
400 0.4 ~50 640 4,350
~200[ 1 ~50 800 5,750
Mold steel | JC8118 [ 250] 0.8 ~50 800 | 5450
(HPM7,PxX5,P20) | (JC7560)| 300| 0.6 ~50 720 4,900
30-36 HRC (JC8050) 350| 0.5 ~50 640 4,350
4001 04 ~50 640 4,350
~200| 0.8 ~50 430 2,400
Mold steel Jcsi1g | 2901 0.6 ~50 430 2,400
(NAK8O, HPM1,P21) | ( jog050) 300 0.4 ~50 410 2,300
38-43HRC 350 0.3 ~50 370 2,100
400 0.3 ~50 370 1.800
_ ~200| 0.6 ~50 320 1,300
Hardstiggfj die JC8118 250 0.4 ~50 320 1,300
(SKD61, DAC, DHA) | (JC8050) 3001 0.2 ~30 320 1,300
42-52HRC 30| — — — —
400 — — — —
~200[ 0.15 ~50 150 190
stee
(SKD11, SLD,DC11) |[EPMWType ggg Oi ~50 130 1_70
55-62HRC -
400 = = = =
~200 1 ~50 720 6,900
Gery & Nodular | j~g178 |.250] 0.8 ~50 720 5,750
A 350 0.5 ~50 640 | 57100
400] 0.4 ~50 640 5100
~200| 0.8 ~50 750 5,050
. 250 0.6 ~50 750 4,500
Stainless steel | JC8050 '
below 250HB 350] 0.3 ~50 710 4,250
400] 0.3 ~50 670 4,000
~200| 0.8 ~50 300 960
o DS150 | 250| 0.6 ~50 300 960
Tlt?TnI(l)JArnlsyoy (DS118) 300 0.4 ~50 280 900
FoAk (JC8050) 350 0.3 ~50 280 900
400 0.3 ~50 250 800
~200| 0.8 ~50 150 350
Heatgﬁgistant JC8118 250| 0.6 ~50 150 350
(DS118) 300 0.4 ~50 130 310
(o7 (0s150) | 350| 0.3 ~50 | 130 310
400] 0.3 ~50 100 240

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. When using ZPMT100320ZER-PL insert for High feed milling, reduce cutting conditions by 10-30%.
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(7]
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w ‘ QM MAX MQX/QXP Type \
<
>
=
= l Recommended cutting conditions
@ MQX Type (EPHW insert) + MSN shank 2}
Tool dia.(mm)
. 16 /17 20 20/ 21
Material |Grade 2N 3N AN
r ap ae n V¢ r ap ae n \'Ai r ap ae n f
(mm) | (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min™) |(mm/min)| (mm) (mm) (mm) | (min™) |(mm/min)

~7010.30 | ~10 |1,790|2,860 | ~80 | 0.30 | ~14 |1,430|3,430 | ~80 | 0.30 | ~14 | 1,430 4,570
Hardened die

steel JC8118( 100 | 0.25 | ~10 |1,610{2,060 | 120 | 0.25 | ~14 1,290 /2,480 | 120 | 0.25 | ~14 {1,290 3,300
(SKD61, DAC, DHA)

42'52HRC 130 | 0.20 | ~10 [1,430(1,370| 160 | 0.20 | ~14 |1,140|1,640 | 160 | 0.20 | ~14 |1,140(2,190
Hafdseggﬁd'e ~70 1 0.20 | ~10 [1,590| 950 | ~80 | 0.20 | ~14 |1,270|1,140 | ~80 | 0.20 | ~14 |1,270 (1,520
(sko1 i, oc1n)| PH102| 100 | 0.15 | ~10 [1430) 770| 120 | 0.15 | ~14 | 1,140 920| 120 | 0.15 | ~14 |1,140|1,230
TR 130 | 0.10 | ~10 [1,270| 610| 160 | 0.10 | ~14 [1,020| 730| 160 | 0.10 | ~14 |1,020| 980
Tool dia.(mm)
_ 25/ 26 25/26/28
Material |Grade AN 5N

r ap ae n V¢ r ap ae n \'Ai

(mm) (mm) (mm) | (min") |(mm/min)] (mm) (mm) (mm) | (min") |(mm/min)

Hardened die ~100| 0.30 | ~18 |1,150 (3,680 | ~100| 0.30 | ~18 |1,150 (4,600

steel ~ ~
(SKD61, DAC, DHA) JC8118( 150| 0.25| ~18 |1,040(2,660 ( 150| 0.25 | ~18 1,040 3,330

42-52HRC 200 0.20 | ~18 | 920 (1,770| 200| 0.20 | ~18 | 9202210
HardeneF die ~100| 0.20 | ~18 /1,020 |1,220 | ~100| 0.20 | ~18 |1,020 |1,530
stee

(skp11,SLD,Dc11)| DH102 | 150| 0.15| ~18 | 920 | 990| 150| 0.15| ~18 | 920 |1,240
SS62HRC 200| 0.10| ~18 | 820| 790| 200/ 0.10 | ~18 | 820 980

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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‘ QM MAX MQX/QXP Type \ =
<
&

Il Recommended cutting conditions S

@ MQX Type (EPHW insert) + MSN shank 12}

Tool dia.(mm)
. 30/32/35 32/35
Material |Grade EN 6N
r ap ae n Vf r ap ae n V¢
(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

Hardsq(ggld die

06 S |88 190 | 025 | ~24 | 810 | 2590 | 190 | 025 | ~24 | 810 | 3110
4292RC 250 | 020 | ~24 | 720 | 1730 | 250 | 020 | ~24 | 720 | 2,070

D ~130 | 020 | ~24 | 800 | 1200 | ~130 | 020 | ~24 | 800 | 1440

(sxn11s,t§i%',ocn) DH102| 190 | 015 | ~24 | 720 970 190 | 015 | ~24 | 720 | 1,160

55-62HRC
250 0.10 ~24 640 770 250 0.10 ~24 640 920

Tool dia.(mm)
, 40/ 42 40
Material |Grade 6N N
r ap ae n Vit r ap ae n Vf
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min-) (mm/min)

~130 | 0.30 ~32 720 | 3460 | ~130 | 0.30 ~32 720 | 4,030
Hardened die

steel Jce118| 190 | 025 | ~32 650 | 2,500 190 | 0.25 ~32 650 | 2910
(SKD61, DAC, DHA)
42:52HRC 250 | 0.20 ~32 580 1,670 250 | 0.20 ~32 580 1,950

~130 0.20 ~32 640 1,150 ~130 0.20 ~32 640 1,340

Hardene? die
o1 s ooy DHI02| 190 | 015 | ~32 | 580 940 190 | 015 | ~32 | 580 | 1,100
55-62HRC

250 | 010 | ~32 | 510 740 | 250 | 010 | ~32 | 510 860
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (EPHW insert) P
Tool dia.(mm)
, 40
Material |Grade 6N 7N
r ap ae n \'Ai r ap ae
(mm) (mm) (mm) (min) (mm/min) (mm) (mm) (mm) (min) (mm/min)
tened di ~100 | 030 | ~32 | 720 | 3460 | ~100 | 030 | ~32 720 | 4,030
Hardened die Jcarrgl 190 | 025 | ~32 | 650 | 2,500 150 | 025 | ~32 | 650 | 2910
(SKDS1, DAC, DHA) 200 | 020 | ~32 580 | 1,670 200 | 020 | ~32 580 | 1,950
250 | 010 | ~32 580 | 1,670 250 | 0.10 | ~32 580 | 1,950
Hardened di ~100 | 020 | ~32 640 | 1,150 | ~100 | 0.20 | ~32 640 | 1,340
Aney ' ohroal 150 | 015 | ~32 | 580 940 150 | 0.15 | ~32 | 580 | 1,100
(SKD11. SLD, DCT1) 200 | 0.10 | ~32 510 740 200 | 0.10 | ~32 510 860
250 - - - - 250 - - - -
Tool dia.(mm)
‘ 50 50/ 52
Material |Grade 7N 8N
r ap ae n V¢ r ap ae n Vit
(mm) (mm) (mm) (min7) (mm/min) (mm) (mm) (mm) (min) (mm/min)
. ~150 | 0.30 | ~40 570 | 3,190 | ~100 | 0.30 | ~40 570 | 3,650
Hardeneldie | oigl 200 | 025 | ~40 | 510 | 2280 | 150 | 025 | ~40 | 510 | 2610
(SKDE1, DAG, DHA) 250 | 0.20 | ~40 460 | 1,550 200 | 020 | ~40 | 460 | 1,770
300 | 0.10 | ~40 460 | 1,550 250 | 010 | ~40 | 460 | 1,770
. ~150 | 0.20 | ~40 510 | 1,070 | ~100 | 0.20 | ~40 510 | 1,220
SERECTERlE 200 | 015 | ~40 | 460 | 870 | 150 | 0.15 | ~40 | 460 | 990
(SKD11, SLDOCTHI DH102 | 250 | 0.10 | ~40 410 690 200 | 010 | ~40 | 410 790
300 - - - - 250 - - - -
300
Tool dia.(mm)
‘ 63 / 66
Material |Grade 8N
ap ae n Vf
(mm) (mm) (mm) (min”) (mm/min)
ordened ~200 | 0.30 | ~50 450 | 2,880
araened die
s 5 " 300 020 | ~s0 360 | 1300
42'52HRC ' = '
350 | 0.10 | ~50 360 | 1,380
, ~200 | 020 | ~50 400 960
(S'?(ESTS%EL%FD‘:;'E) oniop| 250 | 015 | ~50 | 360 | 780
itk 300 | 0.10 | ~50 320 610
350 - - - -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) o
8 Tool dia.(mm)
(39 («F]
Material | £ § 162/N17 gﬁ 204/N 21
S (mm) (rﬁr?]) er'?ﬁ)e (ml;:r‘) (mr}lllrfnin) (mrm) (rﬁﬁm) a}%%e (ml;:r‘) (mnY/rfnin) (mm) (rﬁﬁm) z%mg)e (mﬂ\") (mm/min)
Carbon steel Lcaosol ~80| =5.0/<12.8 3180 950] ~100[=5.0|<16.0]2,550] 1,150| ~100] <5.0[<16.02,550] 1,530
(s50C,8550) | PL ((Jg%) 120 <3.0| <6.4 2860 770 150/ =3.0/ <8.0|2,300] 930| 150] <3.0|=8./2300]1,240
160 | <2.0/ <32/ 2540 610] 190/ <2.0] =40(2,040] 730] 190/ =2.0/ <4.0]2,040] 980
N Jesosal~80 =5.0[=12.8 2980] 890[ ~100[<5.0]<16.0/2,390] 1,080] ~100] <50 [<16.0[2,390 /1430
e el | pL [(oarig| 120 <30/ <6.4] 2680 720| 150/<30|<80 2150 870| 150/ <30| <80 2150 1160
below 255HB 160 | =<2.0/=<3.2| 2380| 570| 190/=2.0| =<4.0|1910| 690 190/ =2.0| =40/ 1910/ 920
Mold steel Jcamnal~80[=5.0[=12.8 2980] 890[ ~100<5.0/<16.0/2,390] 1,080 ~100] <50 <16.0/2,390 1430
(P72 P20) | PL [[cangg)l 120 <3.0/ <64 2680| 720| 150/ =3.0| <80 2150 870 150 <3.0| <80 2150|1160
160 | <2.0/ <32/ 2,380] 570] 190]=<2.0] <40]1910] 690] 190/ <20 <40]1910] 920
Vold steel Joanral B0/ =40[=06] 2390] 570] ~100/<40]<12.01910] 690[ ~100] S4.0[<120] 1910] 920
(vaKeo, HewT, P21 | PL [7icageg)| 120 <25/ <4.8| 2150] 470| 150/ <25/ <60|1,720] 570| 150 <25|<6.]1720| 760
SBATHRC 160 | <2.0/ <24 1910 380 190/ =<2.0] <3.0/1,530] 460] 190/ =20/ <30]1,530] 610
Hardened die ~80| <35/ <8.0] 199%] 480] ~100[<3.5/<10.0[1,590] 570] ~100/ <35 <10.0 1,59] 760
0t an | P Gion| 120 <25/ <40] 179 390| 150/ <2.5<501430 460 150] <25 <5.01430] 620
12'52HRC 160 | <12/ <20/ 1590 300 190/ <1.2| <255]1270] 360] 190/ <12|=<25]1270] 480
T ~80| <2.5/<6.4] 1390 280| ~100/=2.5] <8.0] 1,110] 330[ ~100 <2.5[<8.0] 1110] 440
oS perny | PL [PH102| 120/ <1.5]<3.2] 1250|230 10/ <15 <40[1000] 270| 10| <15 <401,000| 360
55.62HRC 60 - | - | - | - | 190 - | - -] -0 -]-1]-7]-
Gery & Nodular 1oaral B0/ =50/=16.0 2980 1190] ~100] 5.01<200/2,390]1430] ~100] 50 [<20.0/2:390[ 1910
castiion | L Iipioz)| 120/ <40/ <8.0| 2680] 960| 150/ <4.0/<10.0/ 2150| 1,160| 150, <40 <100 21501550
below 3008 160 | <3.0/ <4.0] 2380 760 190/ <30/ <50]1910] 920] 190/ <30/ =<50] 1910/1,220
' Jcsosol ~80]=5.0/=12.8 2980[ 890[ ~100] =5.0/<16.0]2,390] 1,080 ~100] <5.0[<16.0[2,390]1,430
SENEREE (D) [cen8l 120 [<3.0[ <64 2680 720| 150 <3.0| <80 2,150 870| 150/ <30  <8.0] 210 1,160
below 250HB WCTS18) 160 <00/ <3.2| 2380 570] 190/ <2.0] <40] 7910 690| 190 <20| <40 1910 920
~80 | <50[ <96/ 1190] 360] ~100[<5.0/<12.0] 950 430 ~100 <5.0/<12.0] 950] 570
Titanium alloy | g Qs8] 120 <30/ =48 1070 290| 15030/ <60| 860 350| 150/ <30 60| 860| 460
") 160 <2.0/<2.4] 950 230 190/=2.0| =30| 760 270| 190/ =20/ =<30| 760/ 360
_ ~80 <50/ <96/ 600 180] ~100[=<5.0]<12.0] 480] 220 ~100/ <5.0[=<12.0] 480] 290
Heatresistant | s | ps118| 190 |<30|<a8| 540 140 150{<3.0/<60| 430 170| 150/ <30|<60| 430 230
(INCO718) VCTS8) 160 | <o.0| <2.4| 480 m10| 190/=20 =30| 380 140| 190|=20|=<30| 380| 180
~80 | <5.0[<32.012,000] 4800] ~100] <5.0/<40.0{9,550] 5,730] ~100] <5.0|<40.0] 9,550/ 7,640
Alminium alloy | nL | FC18 | 120 |<4.0/<16.0 9000]3,240| 150{=<4.0[<20.0{ 7,160[3,870| 150] <4.0|<20.0 7160|5160
160 | <3.0 8.0/ 6,000/ 1920 190/ <3.0/<10.04,780|2,290] 190] <3.0|<10.0] 47803060
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.



Tooling by DIJET

QM MAX MQX/QXP Type
M Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) ©
g Tool dia.(mm)
© (<5}
. v | o 25/ 26 25/26/28
Material 2 g aN 5N
= e e
O (mI;n) (rﬁr%) ?&ﬁ% (m?n") (mnY/rfnin) (mrm) (rﬁr%) ?r?irig) (min) (mm/min)
Carbon steel Jesosol ~120 | =5.0 | =20.0 | 2,040 | 1,220 | ~120 | <50 | <20.0 | 2,040 | 1530

—

gssoc,sssm PL |(Jc8118) 190 | =<3.0 | =10.0 | 1,840 990 190 | =3.0 | =10.0 | 1,840 | 1,240
elow 250HB (CX75)

235 | =20 | =50 | 1,630 780 235 | =20 | =50 | 1,630 980

2 | 18050 ~120 | =50 | =20.0 | 1,910 | 1,150 | ~120 | <50 | =<20.0 | 1,910 | 1,430

T e steel | pL [legip] 190 | =30 | <100 | 1,720 | 930 | 190 | =30 | <100 | 1,720 | 1,160

below 255HB 235 | =2.0 | =50 | 1,530 730 235 | =20 | =50 | 1,530 920

~120 | =50 | =<20.0 | 1,910 | 1,150 | ~120 | =50 | =<20.0 | 1,910 | 1,430

Mold steel Jcs118
(HPM7, PX5,P20) | PL (Jegoso)| 190 =30 | =10.0 | 1,720 930 190 | =3.0 | =10.0 | 1,720 | 1,160
30-36 HRC
235 | =20 | =50 | 1,530 730 235 | =2.0 | =5.0 | 1,530 920
~120 | =4.0 | =150 1,530 740 | ~120 | =4.0 | =15.0 | 1,530 920
Mold steel Jcs118

(NAK8O, HPM1,P21) | PL  [(jegneg)l 190 | =25 | =7.5 | 1,380 | 610 | 190 | =25 | =75 | 1380 760
3843HRC 235 | <15 | <38 | 1220 | 490 | 235 | <15 | <38 | 1220 | 610

Hardened die ~120 =35 | =125 1,270 610 | ~120 =35 | =125 1,270 760
(SKD61S tgfé DHA) PL gg}ﬁ(;z% 190 | =25 | =6.2 | 1,140 490 190 | =25 | =6.2 | 1,140 620
42-52HRC 235 =12 | =32 | 1,020 390 235 =12 | =32 | 1,020 490
Hardened die ~120 | =25 | =100 | 890 360 | ~120 | <25 | =10.0 | 890 440
steel PL < < < <
(SKD11. LD, DCT1) DH102( 190 | =1.5 | =5.0 800 290 190 | =15 | =50 800 360
55-62HRC 235 - - - = 235 - _ - -
Gery & Nodular 1c8118 ~120 =50 | =250 1910 | 1,530 | ~120 =50 | =25.0 | 1910 1,910

Castiton | L [ipiiog| 190 | =40 | =125 1,720 | 1,240 | 190 | <40 | <125 1720 | 1,550
below 300HB 235 | <30 | <62 | 1,530 | 980 | 235 | =30 | <62 | 1,530 | 1,220
Stainless steal | pL /8050 ~120 =50 | =200 | 1910 | 1,150 | ~120 | =50 | =20.0 | 1,910 | 1430
(sUssod) | (sp) [WeeT18] 190 | <3.0 | <10.0| 1,720 | 930 | 190 | <30 | =100 1,720 | 1,160

below 250H8 VCTSI8 535 | <20 | <50 | 1,530 | 730 | 235 | =20 | =50 | 1530 | 920
~120 | <50 | =150 760 | 460 | ~120 | <50 | <150 | 760 | 570
Titanium alloy | g (55;5113) 190 | <30 | <75| 680 | 370 | 190 | <30 | =75 | 680 | 460
235 | <20 | =38 | 610 | 290 | 235 | <20 | =38 | 610 | 370

, ~120 | =50 | =150 380 | 230 | ~120 | <50 | <150 380 | 280
Heat;ﬁg'ystant SL |Ds118| 190 | <3.0 | <7.5 | 340 | 180 | 190 | =30 | =75 | 340 | 230
(NCo71e) UCTSI) 995 | <20 | =38 | 300 | 140 | 235 | =20 | <38 | 300 | 180

~120 | =50 | <500 | 7640 | 6110 | ~120 | =50 | =50.0 | 7,640 | 7,640
Alminium alloy | nu | Fe18 | 190 | <40 [ <250 | 5730 | 4120 | 190 | <40 | <250 | 5730 | 5160
235 | <30 | =125 3820 | 2440 | 235 | <30 | <12.5 | 3820 | 3,060

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) ©
g Tool dia.(mm)
(58] [<B]
. v | © 30/32/35 32/35
Material =2 g oN 6N
= el e
O (mrm) (n?rr:\) ?&Tn% (mli’]n") (mnY/rfnin) (mrm) (rﬁr’;) a(rF:1>r<nE§‘) (ml;:r‘) (mrnV/rfnin)
E)S5OC. $55C) PL |(Jcs118)[ 240 =30 | =120 | 1,430 960 240 =30 | =12.0 | 1,430 | 1,160
elow 250HB (CX75)
290 | =20 | =6.0 | 1,270 760 290 | =2.0 | =6.0 | 1,270 910
) ~160 | =50 | =240 | 1,490 | 1,120 ~160 =50 | =24.0 | 1,490 | 1,340
Tool & die steel JC8050

below 255HB 290 | <20 | <6.0 | 1,190 | 710 290 | =20 | <6.0 | 1,190 860
~160 | =50 | =24.0| 1,490 | 1,120 | ~160 | =50 | <24.0 | 1,490 | 1,340

Mold steel Jcs118
(HPM7, PX5, P20) | PL (Jcgoso) 240 =30 | =120 | 1,340 900 240 | =3.0 | =120 1,340 | 1,080
30-36 HRC
290 | =2.0 | =6.0 | 1,190 710 290 | =2.0 | =6.0 | 1,190 860
~160 | =4.0 | =18.0 | 1,200 720 | ~160 | =4.0 | =18.0 | 1,200 860
Mold steel Jcs118

(NAK8O, HPM1, P21)| P |(jégsp) 240 =25 | =9.0 | 1,080 600 240 | =25 | =9.0 | 1,080 710
38-ASHRC 200 | <20 | <45 | 960 | 480 | 290 | <20 | <45 | 960 | 580

Hardened die ~160 | =35 | =15.0 | 1,000 600 ~160 =35 | =15.0 | 1,000 720
06 steel oy | P Gion| 240 | <25 | <75 | 900 | 490 | 240 | <25 | <75 | 900 | 580
42-52HRC 290 | =12 | =38 800 | 380 290 | =2.0 | =38 | 800 460
Hardened die ~160 =25 | =120 700 350 ~160 =25 | =120 700 420
steel PL < < < <
(SKDTT, LD, DCT1) DH102( 240 | =1.5 | =6.0 630 280 240 | =15 | =6.0 630 340
55-62HRC 290 - - - - 290 _ _ _ _
Gery & Nodular 108118 ~160 =5.0 | =30.0 | 1,490 | 1,490 ~160 =50 | =30.0 | 1,490 | 1,790
Castiion | pL |(pioz)| 240 | =40 | <150 | 1340 1210 | 240 | <40 | <150 | 1,340 | 1450
below 300HB 200 | <30 | <75 | 1190 | 95 | 290 | <30 | <75 | 1190 | 1,140

' ~160 | <50 | <240 1490 | 1120 | ~160 | <50 | <240 1490 | 1,340
Stainless steel | PL JC8050
(SUS304) (SL) (Jc118)[ 240 =3.0 | =12.0| 1,340 900 240 =3.0 | =12.0| 1,340 | 1,080
below 2508 WCTS18 290 | <20 | <60 | 1190 | 710 | 290 | <20 | <60 | 1190 | 860
- ~160 | <50 | <180 | 600 | 450 | ~160 | <50 | <180 | 600 | 540
Titaniumaalloy | g (DS118| 240 | <30 | <9.0 | 540 | 360 | 240 | <30 | <90 | 540 | 440
(Ti-6Al-4V) ( JC751 8)
200 | <20 | <45 | 480 | 200 | 290 | <20 | <45 | 480 | 340
] ' ~160 | <50 | <180 | 300 | 230 | ~160 | <50 | <180 | 300 | 270
et oy | st psusl 240 | <30 | <90 | 270 | 180 | 240 | <30 | =90 | 270 | 20
(INco718) | 200 | <20 | <45 | 240 | 140 | 200 | <20 | <45 | 240 | 170
- ~160 | <50 | <640 | 5970 | 5970 | ~160 | =50 | <64.0 | 5970 | 7,160
Alminium alloy | | Fe18 | 240 | <4.0 | <320 | 4480 | 4030 | 240 | <40 | <320 4480 | 4,840
290 | <30 | <16.0| 2990 | 2390 | 290 | <3.0 | <16.0 | 2990 | 2,870

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
M Recommended cutting conditions
@ MQX Type (ZPMT-PL /NL/ SL insert) o
= Tool dia.(mm)
© (<5}
Material % § 406/N42 ;1'3
S wo | B | B | ol | b o G | B | ol | i
Carbon steel Jca0sol ~160 | =50 | =320 1,270 | 1,140 | ~160 | <50 | <320 | 1270 | 1330
gfgg'z%%i?g PL ((Jg)%) 240 | =3.0 | =16.0| 1,740 | 920 240 | =3.0 | =16.0 | 1,140 | 1,080
200 | <20 | <80 | 102 | 730 | 290 | <20 | <80 | 1020 | 860
, ~160 | <50 | <32.0] 1,790 | 1,070 | ~160 | <50 | =32.0 ] 1,190 | 1,250
Tool& diesteel | pu [dcarrg| 240 | <30 | =160 | 1070 | 870 | 240 | <30 | <16.0| 1070 | 1010
below 255HB 290 | =20 | =80 | 950 | 680 290 | =20 | =80 | 950 | 800
Mold steel Jogrial 160 | =50 | =320 1,190 [ 1070 | ~160 | <50 | <32.0| 1,19 |1.250
(HPM7PX0P20) | PL \jcgngy)l 240 | <3.0 | <16.0| 1,070 | 870 | 240 | <30 | <160 | 1,070 1010
200 | <20 | <80 | 950 | 680 | 290 | <20 | <80 | 950 | 800
Mold steel Lc8118 ~160 | =40 | =240 950 | 680 | ~160 | =4.0 | =240 | 950 | 800
(NAK8O, HPM1, P21) [ PL [[jegneg)l 240 =25 | =120 | 860 570 240 | =25 | =120 | 860 660
3B-ASHRC 290 | <20 | <60 | 760 | 460 | 290 | <20 | <60 | 760 | 530
Hardened die ~160 | <35 | <200| 800 | 580 | ~160 | <35 ] =<200| 800 | 670
065 o | P Goonl 240 | <25 | <100 | 720 | 470 | 240 | <25 | <100 720 | 540
42'52HRC 290 | =12 | =50 640 370 290 | =1.2 | =50 640 430
Hardened die ~160 | =25 | <160 | 560 | 340 | ~160 | <25 | <16.0| 560 | 390
(SKD11S,tSeL%I,DC11) PL [DH102| 240 | <15 | <80 | 500 | 270 | 240 | <15 | <80 | 500 | 310
55-62HRC 290 - - - - 290 - - - -
Gery & Nodular Jcat1gl 160 =50 | =400 | 1,790 | 1430 | ~160 | =50 | =40.0 | 1,190 | 1,670
Castiton | pL ipiioy| 240 | =40 | <20.0 | 1070 [ 1,160 | 240 | <40 | <20.0| 1070 | 1350
below 3008 200 | <30 | <100 950 | 910 | 290 | <30 | <100 | 950 | 1,060
_ Jcgosol ~160 | =50 [ =320 1,190 [ 1,070 [ ~160 | <50 [ <32.0[ 1,190 | 1250
Staesssee | &0 [ceme 240 | <30 [ <160 1,070 | 870 | 240 | =30 | =160 | 1070 | 1010
below 250H8 V7518000 | <p0 | <80 | 950 | 680 | 290 | =20 | =80 | 950 | 800
~160 | <50 | <240 | 480 | 430 | ~160 | <50 | <240| 480 | 500
ey | st fosuiel 240 | <30 [ <120 430 | ss0 | 240 | <30 | =120 430 | 410
200 | <20 | <60 | 380 | 270 | 290 | <20 | <60 | 380 | 320
. ~160 | =50 | <240 | 240 | 220 [ ~160 | <50 | <240 | 240 | 250
Heatrgsistant | o\ Ips11s| 240 | <30 | <120 | 220 | 180 | 240 | <30 | <120 | 220 | 210
(INCO718) VTS990 | <20 | <60 | 190 | 140 | 290 | =20 | <60 | 190 | 160
~160 | <50 | <80.0 | 4780 | 5740 | ~160 | <50 | <80.0 | 4780 | 6,690
Alminium alloy | nu | Fo18 | 240 | <40 | <40.0 | 3580 | 3870 | 240 | =<4.0 | <400 | 3580 | 4510
200 | <30 | <200 2390 | 2290 | 290 | =30 | <200 | 2390 | 2,680

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (ZPMT-PL /NL/ SL insert) P3)
% . Tool dia.(mm)
Material % § o L N
-5 (ml;n) (mar[':\) ?r%fnaz)e (mriL") (mnY/rfnin) (m';n) (rﬁr%) a(r?ir(nz?)e (m?n“) (mnY/:nin)
Carbon steel Jegosol ~150 | =5.0 | =32.0 | 1,270 | 1,140 | ~150 | <50 | =32.0 | 1,270 | 1,330
gifgvgg%m PL (&1715? 200 | =<3.0 | =16.0 | 1,140 920 200 | =30 | =16.0 | 1,140 | 1,080
250 | <20 | <80 | 1,020 | 730 | 250 | <20 | <80 | 1,020 | 860
ool 8 die stee Jesosol 150 <50 | =320 | 1,790 | 1,070 | ~150 | <50 | <32.0| 1,190 | 1,250
(skoe skotry | PL |Ucsig) 200 | =3.0 | <16.0 | 1070 | 870 | 200 | =30 | =16.0| 1,070 | 1,010
below 255HB 250 | =2.0 | =80 | 950 680 250 | =2.0 | =8.0 | 950 | 800
Mold steel Lestial 150 <50 | =320 1,790 | 1,070 | ~150 | <50 | <32.0| 1,190 | 1,250
(HPM7.PXS,P20) | PL [jcgnsp 200 | =30 | =16.0| 1,070 | 870 | 200 | =30 | <160 | 1,070 | 1,010
250 | <20 | <80 | 950 | 680 | 250 | <2.0 | <80 | 950 | 800
e Lot ~150 | <40 | =240 | 950 | 680 | ~150 | <4.0 | =<240| 950 | 800
(NAK8O, HPM1, P21) | PL [ jigogg)| 200 =25 | =120 | 860 570 200 | =25 | =120 860 660
38-43HRC 250 | <20 | <60 | 760 | 460 | 250 | <20 | <60 | 760 | 530
Hardened die ~150 | <35 | <200| 800 | 580 | ~150 | <35 | <20.0| 800 | 670
065 o | P biton| 200 | <25 | <100 720 | 470 | 200 | <25 | <100 | 720 | 540
42'52HRC 250 | <12 | <50 | 640 | 370 | 250 | <12 | <50 | 640 | 430
Hardened die ~150 | <25 | <160 | 560 | 340 | ~150 | <25 | <16.0 | 560 | 390
(SKD11§t§L%!DC11) PL [DH102| 200 | =15 | =80 | 500 | 270 200 | <15 | <80 | 500 | 310
55-62HRC 250 = - - - 250 = = - -
Gery & Nodular Lestns ~150 | <50 | =<40.0 | 1,190 | 1,430 | ~150 | =50 | <40.0 | 1,190 | 1,670
C(gg}F'(gg)n PL |DH102)| 200 | =40 | =20.0 | 1,070 | 1,760 | 200 | =<4.0 | 20.0 | 1,070 | 1350
below 300HB 250 | <30 | <100 950 | 910 | 250 | <3.0 | <10.0| 950 | 1,060
Stainless steel | pL 1908050 ~150 | <50 | =<32.0| 1,190 | 1,070 | ~150 | <50 | <32.0 | 1,190 | 1,250
(SUS304) (SL) [c818)l 200 | =3.0 | =16.0 | 1,070 870 200 | =3.0 | =16.0 | 1,070 | 1,010
below 250H8 VCTS18) 550 | <20 | =80 | 950 | 680 | 250 | =20 | <80 | 950 | 800
~150 | <50 | <240 | 480 | 430 | ~150 | =50 | <24.0| 480 | 500
Titanium alloy | g pSuel 200 | =30 | =120 430 | 350 | 200 | =30 | S120| 430 | 410
250 | <20 | <6.0 | 380 | 270 | 250 | =<2.0 | <6.0 | 380 | 320
. ~150 | <50 | <240| 240 | 220 | ~150 | <50 | <240 | 240 | 250
Heatgﬁgma"t SL |DS118 200 | <3.0 | <120 | 220 | 180 200 | <30 | <120| 220 | 210
(INCO718) VCTSI8050 | <20 | <60 | 190 | 140 | 250 | =20 | <60 | 190 | 160
~150 | <50 | =80.0 | 4780 | 5740 | ~150 | =50 | <80.0 | 4780 | 6,690
Alminium alloy | | Fc18 | 200 | <4.0 | <40.0 | 3580 | 3870 | 200 | <40 | <400 3580 | 4510
250 | <3.0 | <20.0 | 2390 | 2290 | 250 | <3.0 | <20.0 | 2390 | 2,680
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
l Recommended cutting conditions
@ QXP Type (ZPMT-PL /NL/ SL insert) ©
kS . Tool dia.(mm)
. S| = 50 50/ 52
Material g g N aN
= e e
— (mrm) (n?r%) a(rF:1>r<nE§‘) (ml;:r‘) (mrnV/rfnin) (ml;n) (rﬁr%) ?r’?]fne) (m?n") (mnY/rfnin)
Carbon steel Jesosol_~200 | =50 | <40.0 | 1,020 | 1,070 | ~200 | <50 | <40.0 | 1,020 | 1,220
gSSOC'SSSQ PL |(Uc8118)f 250 | =<3.0 | =20.0 | 920 870 250 | =30 | =200 920 | 990
elow 250HB (CX75)
300 | <20 | <100| 820 | 690 300 | <20 | <100 820 | 790
_ Jesosol =200 <50 | <400 | 950 | 1,000 | ~200 | <50 | <400 | 950 | 1,140
Tools diesteel | pL |cang| 250 | =3.0 | =<200| 860 | 810 | 250 | <30 | <200 860 | 930
below 255HB 300 | =20 | =100 | 760 640 300 | =20 | =100| 760 | 730
~200 | <50 | <40.0 | 950 | 1,000 | ~200 | <50 | <400 | 950 | 1,140
Mold steel Jcs118
(HPM7,PX5,P20) | PL [fcgnenl 250 | <3.0 | =200 | 860 | 810 250 | <30 | <200| 860 | 930
30-36 HRC
300 | <20 | <100 | 760 | 640 300 | <20 | <100 760 | 730
~200 | <40 | <300 760 | 640 | ~200 | <40 | <300 | 760 | 730
Mold steel Jcs118
(NAK8O, HPM1,P21) | PL  [[jogoepf 250 | =25 | =150 | 680 520 250 | =25 | =15.0 | 680 600
38-43HRC 300 | <20 | <75 | 610 | 430 | 300 | <20 | <75 | 610 | 490
~ < ~
Hafdgggﬁ die s 200 53.5 z25.0 640 | 540 200 33.5 525.0 640 | 610
06 o | PL [OH1og 250 | =20 | <125] 580 | 440 250 | <20 | <125| 580 | 500
42-52HRC 300 | =12 | =6.0 510 340 300 | =12 | =60 510 390
Hardeineﬁ die N ~200 | =25 fzo.o 450 | 320 | ~200 | <255 | <200 | 450 | 360
Slee < <
. DH102| 250 | <15 | <10.0 | 400 | 250 250 | <15 | <10.0| 400 | 290
55.62HRC 300 | <10 | <50 | 360 | 200 300 | <10 | <50 | 360 | 230
Gery & Nodular Lests ~200 | <50 | <50.0 | 950 | 1,330 | ~200 | <50 | <50.0| 950 | 1,520
c(aFlgtFI(r:gp PL [pH1o2)| 250 | <4.0 | =250 | 860 | 1,080 250 | <40 | <250 | 860 | 1,240
below 300HB 300 | <30 | <125| 760 | 850 300 | <30 | <125| 760 | 970
, ~200 | <50 | <400 | 950 | 1,000 | ~200 | <50 | <400 | 950 | 1,140
Stainless steel | PL JC8050
(SUS304) (SL) (Jc118)f 250 | =3.0 | =20.0 860 810 250 | =3.0 | =20.0 860 930
below 250H8 UCTS18) 300 | <2.0 | <100| 760 | 640 | 300 | <20 | <100 760 | 730
o ~200 | <50 | <30.0 | 380 | 400 | ~200 | <50 | <300 | 380 | 460
Titaniumalloy | g Ds118| 250 | <30 | <150 | 340 | 320 | 250 | <30 | <150| 340 | 370
(Ti-6Al-4V) (JC751 8)
300 | <20 | <75 | 300 | 250 300 | <20 | <75 | 300 | 290
] , ~200 | <50 | <300 190 | 200 | ~200 | <50 | <300| 190 | 230
ety | st Dsusl 250 | <30 [ <150 170 | 160 | 250 | <30 [=<1s0] 170 | 180
(INCO718) 300 | <20 | <75 | 150 | 130 | 300 | <20 | <75 | 150 | 140
- ~200 | <50 | <1000 3820 | 5350 | ~200 | <50 |=<100.0] 3820 | 6,110
Ab'gyv';'gof_%ﬂlgy NL | FC18 | 250 | <4.0 | <50.0 | 2,860 | 3600 | 250 | <4.0 | <50.0 | 2860 | 4,120
300 | <30 | <250 1910 | 2140 300 | <3.0 | <25.0 | 1910 | 2,440
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (ZPMT-PL /NL/ SL insert) ©
E Tool dia.(mm)
(g0} [«B]
Material % S 63;/,\?6
= (@)
= e
O (mrm) (n?r%) ?%Tn% (m?n") (mnY/rfnin)
ES'IJ'OQ $55C) PL |(Jcs8118) 300 =30 =250 730 790
elow 2501 ©7S™ 350 | <20 | <125 | 650 | 620
U — 108050 ~250 =50 =50.0 760 910
00 e stee
below 255HB 350 | =20 | =125 610 580
Mold steel ca118 ~250 =50 =50.0 760 910
(HPMT, PXS, P20) PL (JJchlgo) 300 | =3.0 | =250 680 730
350 =20 =125 610 580
Mold steel ~250 =40 =38.0 610 590
(NAK80, HPM1,P21) | PL d%ga;(% 300 | =25 | =19.0 550 480
38-43HRC 350 | <20 | <95 | 490 390
. ~250 =35 =320 500 480
Hardenefi die Jcs11s > >
06 ey oy | PU [0 300 | 25 | <160 | 450 | 390
42'52HRC 350 | =15 =75 400 310
Hardened die ~250 | =25 | =250 | 350 | 280
(SKD11St§_Eg DC11) PL |DH102 300 =15 <125 320 230
55-62HRC 350 | =1.0 =6.5 280 180
Gery & Nodular Lol 290 | =50 | 640 | 760 | 1220
C(ggtF'(gg)n PL [ipH107)| 300 | =40 | =320 680 980
below 300HB 350 | =30 | =16.0 610 780
~250 =5.0 =50.0 760 910
. JC8050 = =
Staesssree | &0 [oengl 300 | <30 | <250 | 680 | 730
below 2508 eS8 350 | <20 | <125 | 610 | 580
~250 =50 =38.0 300 360
Titanium allo < <
anium alloy | s (JD§71511 g) 300 | =30 | <190 | 270 290
350 =20 =95 240 230
) ~250 =50 =38.0 150 180
Heatresistant | s |ps11s| 300 | <3.0 | <19.0 | 140 150
(INCO718) U758 350 | <20 | =95 | 120 | 110
N ~250 =50 | =128.0| 3,030 4,850
Alminium alloy | | Fe18 | 300 | <40 | <63.0 | 2270 | 3270
350 =30 =315 1,520 1,940
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code below for cutting conditions when using ZPMT-PL/NL/SL for side & bottom finishing.



Tooling by DIJET
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3

“ | QM MAX MQX/QXP Type
<

"

2 Il Recommended cutting conditions

@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o
Tool dia.(mm)
16/17 20 20/21
Material Grade 2N 3N 4N

? Pt de n Vi ? Pt de n i { Pt de n Vi
(mm) | (mm) | (mm) [(min"){{mm/min)] (mm) | (mm) | (mm) [(min)|mm/min)| (mm) | (mm) | (mm) |[(min"){(mm/min)

~70 | 0.5 |<0.2 | 8950 2,680| ~70 | 0.6 [<0.2 |7,160|3,220| ~70 | 0.6 [<0.2 |7,160| 4,290
Carbon steel | JC8015

(850C, S55C) 120 | 0.5 [<0.2 | 6960 1,390| 120 | 0.6 |<0.2 |7,160|2,790| 120 | 0.6 |<0.2 |7,160|3,720

(DH102)
below 250HB 160 | 0.5 |<0.2 | 6960 1.110] 190 | 0.6 |<0.2 | 5570/ 1670| 190 | 0.6 |<0.2 55702230

~70 | 0.5 |<0.2 | 7,960 2,390| ~70 | 0.6 [<0.2 |6,370|3,220| ~70 | 0.6 ([<0.2 |6,370| 4,290
Tool & die steel [ JC8015

(SKD61, SKD11) (DH102) 120 | 0.5 [<0.2 | 5970/1,190| 120 | 0.6 |<0.2 | 6,370|2,480| 120 | 0.6 |<0.2 |6,370|3,310

below 255HB 160 | 0.5 |<0.2 | 5970 960| 190 | 0.6 |<0.2 |4770/1.430| 190 | 0.6 |<0.2 [4770] 1010

~70 | 0.5 |<0.2 | 6,960/ 1,670| ~70 | 0.6 |<0.2 |5570|2,000{ ~70 | 0.6 |<0.2 |5570|2,670

Mold steel
(HPM7, PX5, P20) JC8015

120 | 0.5 [<0.2 | 4970 840( 120 | 0.6 |<0.2 |5570|1,670( 120 | 0.6 |<0.2 |5,570{2,230
30-36 HRC (DH102)

160 | 0.5 [<0.2 | 4970 700| 190 | 0.6 |<0.2 {3,980| 960| 190 | 0.6 |<0.2 3,980/ 1,280

~70 | 0.5 [<0.2 | 4980/ 1,200| ~70 | 0.6 |<0.2 |3,980|1,430| ~70 | 0.6 |<0.2 |{3,980(1,910

Mold steel Jcso15s

(NAK80, HPM1, P21)

120 | 0.5 [<0.2 | 3,560f 600| 120 | 0.6 ({<0.2 |{3,980/1,190| 120 | 0.6 (<0.2 |3,980| 1,590
38.43HRC (DH102)

160 | 0.5 [<0.2 | 3560 500| 190 | 0.6 |<0.2 |2,840| 690| 190 | 0.6 |<0.2 [2,840| 920

. ~70 | 0.5 [<0.15 3380, 680| ~70 | 0.6 |<0.15/ 2,710, 810 ~70 | 0.6 |{<0.15/2,710| 1,080

Hardened die | pH102
steel 120 | 0.5 |<0.15| 2,400 340 120 | 0.6 |<0.15/2,710| 670| 120 | 0.6 [<0.15/2,710| 890

(SKD61, DAC, DHA) | (JC8015)
42-52HRC 160 | 0.5 |<0.15/ 2400 280| 190 | 0.6 |<0.15/1,940| 390( 190 | 0.6 |<0.15/1,940| 520
Gery & Nodular | Jogors | =701 05 <02 [10900 3270] ~70 | 06 <02 [8750/3940] ~70 | 0.6 [<0.2 [8750] 5250
(:(Egtplég)r] (DH102) 120 | 0.5 [<0.2 | 8950 2,150 120 | 0.6 |<0.2 |7,160|2,580( 120 | 0.6 |<0.2 |7,160| 3,440
below 300HB 160 | 0.5 [<0.2 | 8950/ 1,790| 190 | 0.6 |<0.2 |7,160|2,150| 190 | 0.6 |<0.2 |7,160|2,870

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET
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QM MAX MQX/QXP Type | | ©
E:
&
Il Recommended cutting conditions 2

@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o

Tool dia.(mm)
25/26 25/26/28 30/32/35
Material Grade 4N 5N 5N

? Pt de n Vi ? Pt de n Vi ? Pt de n Vi
(mm) | (mm) | (mm) [(min™)|(mm/min)| (mm) | (mm) | (mm) [(Min™)|mm/min)| (mm) | (mm) | (mm) [(min")|(mm/min)

~90 | 0.7 |<0.2 |5730]4120] ~90 | 0.7 [<0.2 [5730]6,210{~100] 0.8 |<0.2 [ 4480 4030
140 | 0.7 |<0.2 |5730/3440| 140 | 0.7 |<0.2 |5730/4,300| 150| 0.8 |<0.2 |4,480 4,030
210 | 0.7 [<0.2 [4460|2,140| 210 | 0.7 [<0.2 |4460|2680| 210| 0.8 [<0.2 |3480|2610
ol die steel | Jcgo1s |20 07 [<02 [5090[3660] ~90 | 0.7 <02 [5090] 4560[~100] 0.8 |<0.2 [3980] 3,560
(SKO61,5011) | (Drinop) | 140 | 0.7 [<0.2|5090|3080| 140 | 0.7 <0.2 |5090] 3810| 150| 0.8 |<0.2 |3980| 3,580
below 255HB 210 | 0.7 |<0.2 |3,820(1,830] 210 | 0.7 [<0.2 |3820]2290| 210] 0.8 |<0.2 2,980 1,740
~90 | 0.7 |<0.2 | 4460]2,680| ~90 | 0.7 [<0.2 [4,460]3350{~100] 0.8 |<0.2 |3480]2610
140 | 0.7 |<02 |4460/2140| 140 | 0.7 |<0.2 | 4460/ 2,680| 150 0.8 |<0.2 |3480 2,610
210 | 0.7 [<0.2 [3180[1,270| 210 | 0.7 [<0.2 [3,180]1,590| 210| 0.8 [<0.2 |2490|1,250
~90 | 0.7 |<0.2 |3180[1,530] ~90 | 0.7 [<0.2 [3,180]1,910{~100] 0.8 |<0.2 [2490] 1,500
140 | 0.7 |<0.2 |37180]1,220| 140 | 0.7 |<0.2 |37180/1,520] 150| 0.8 |<0.2 |2:490]1,500
210 | 0.7 [<02 [2270] 730| 210 | 0.7 [<02 [2270] 910| 210| 0.8 <02 [1,780] 720

Carbon steel | JC8015

S50C, S55C
t(aelow 250H% (DH102)

Mg, | s
( 30-36 HRC ) (DH102)

Mold steel Jcso15s

80, HPM1, P2
A e | (DH102)

. ~90 | 0.7 [<0.15/2,160, 860| ~90 | 0.7 |<0.15/2,160|1,080(~100| 0.8 |<0.15/1,690| 850

Hardened die | pH102
steel 140 | 0.7 |<0.15/2,160| 690| 140 | 0.7 |<0.15/2,160| 860| 150| 0.8 [<0.15/1,690| 850

(SKD61, DAC, DHA) | (JC8015)
42-52HRC 210 | 0.7 |<0.15/1,540| 410| 210 | 0.7 |<0.15/1,540| 510 210| 0.8 |<0.15/1,210| 410
Gery & Nodular | Jogors | =20 07 <02 [7,000/4200] ~90 | 0.7 [<0.2 7,000/ 5250|~100] 0.8 <02 |5470/4100
CEE(S:tFl([‘g? (DH102) 140 | 0.7 [<0.2 5730|2750 140 | 0.7 |<0.2 |5730|3,440| 150| 0.8 [<0.2 |5/470|4,100
below 300HB 210 | 0.7 |<0.2 |5,730(2,290| 210 | 0.7 |<0.2 [5730(2860( 210| 0.8 |<0.2 |4,480| 2,240

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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S B Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling) o
Tool dia.(mm)
32/35 40/42 40
Material Grade 6N 6N 7N

{ Pt de n Vi ? Pt de n Vit ? Pt de n Vit
(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 | JC8015

(S50C, S55C) 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

(DH102)
below 250H8 210| 0.8 |<0.2 |3480|3,130| 210| 0.88 |[<0.2 | 2,790/ 2010 210/ 0.88 |<0.2 | 2,790 2,350

. ~100| 0.8 [<0.2 |3,980(4,300|~100| 0.88 [<0.2 |3,180|3,430(~100| 0.88 |<0.2 {3,180/ 4,000
Tool & die steel | JC8015
(SKD61, SKD11) (DH‘IOZ) 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

RSzt 210| 0.8 |<0.2 | 2980|2090 210/ 0.88 [<0.2 [2390]1,720] 210/ 0.88 [<0.2 [2,390] 2,010

~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

Mold steel
(HPM7, PX5, P20) JC8015

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
30-36 HRC (DH102)

210| 0.8 |<0.2 |12,490/1,500| 210| 0.88 |<0.2 {1,990 1,430 210/ 0.88 |<0.2 |1,990| 1,670

~100| 0.8 |<0.2 |2,490|1,800|{~100| 0.88 |<0.2 1,990/ 1,430|~100| 0.88 |<0.2 | 1,990 1,670

Mold steel Jcso15

(NAKS0, HPM1, P21)

150| 0.8 |<0.2 |2,490|1,800| 150/ 0.88 |[<0.2 |1,990(1,430| 150| 0.88 {<0.2 |1,990| 1,670
38'43HRC (DH102)

210| 0.8 |<0.2 |1,780| 860| 210| 0.88 |<0.2 |1,420| 820 210|0.88 |<0.2 |1,420| 960

Hardened die ~100| 0.8 |<0.15|1,690|1,020{~100/| 0.88 |<0.15/1,350| 810|~100| 0.88 |<0.15/ 1,350 950

steel DH102 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
(SKD61, DAC, DHA) | (JC8015)

42-52HRC 210/ 0.8 |<0.15/ 1,210 490| 210/ 0.88 |<0.15 960| 460| 210| 0.88 {<0.15| 960| 540
Gery & Nodular | jeg015

~100| 0.8 |<0.2 |5470|4,920|~100| 0.88 |[<0.2 |4,380|3,940|~100| 0.88 |<0.2 | 4,380 4,600
Castiron

FC. FCD) (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
beﬁov&SOOHB 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

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP&DOWN milling)

(4
Tool dia.(mm)
40
Material Grade 6N 7N
] Pf de n Vi ? Pf de n Vit
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)

~150 | 0.88 | <0.2 | 3,580 | 3,870 [ ~150 | 0.88 | <0.2 | 3,580 | 4,520

200 | 0.88 | <0.2 | 3,580 | 3,870 200 | 0.88 | <0.2 | 3,580 | 4,520
Carbon steel JC8015

(S50C, S55C) (DH102) 250 | 0.88 | <0.2 | 3,580 | 3,220 250 | 0.88 | <0.2 | 3,580 | 3,760

below 250HB 300 | 0.88 | <02 | 2790 | 2,010 | 300 | 0.88 | <02 | 2790 | 2350

350 | - - - - 350 | - - _ _
~150 | 0.88 | <0.2 | 3,780 | 3,430 | ~150 | 0.88 | <0.2 | 3,80 | 4,000

200 | 0.88 | <0.2 | 3,180 | 3,430 200 | 0.88 | <0.2 | 3,180 | 4,000

T die steel | iroo) | 250 | 0.88 | <0.2 | 3180 | 2860 | 250 | 0.88 | <02 | 3,80 | 3340

below 255HB 300 | 0.88 | <0.2 | 2,390 | 1,720 300 | 0.88 | <0.2 | 2,390 | 2,010

350 | - - - - 350 | - - - -
~150 | 0.88 [<0.2 | 2790 | 2,510 | ~150 | 0.88 | <0.2 | 2,790 | 2,930

200 | 0.88 | <0.2 | 2,790 | 2,510 200 | 0.88 | <0.2 | 2,790 | 2,930

o P | (oos | 250 | 0.88 | <0.2 | 2,790 | 2010 | 250 | 0.88 | <0.2 | 2,79 | 2350
30-36 HRC 300 | 0.88 | <0.2 | 1,990 | 1,190 300 | 0.88 | <0.2 | 1,990 | 1,390
350 | - - - - 350 | - — - -

~150 | 0.88 | <0.2 | 1,990 | 1,430 | ~150 | 0.88 | <0.2 | 1,990 | 1,670
200 | 0.88 | <0.2 | 1,990 | 1,430 200 | 0.88 | <0.2 | 1,990 | 1,670

R ooy | 250 | 0.88 | <02 | 1990 | 1,150 | 250 | 0.88 | <0.2 | 1990 | 1,340
SFGARE 300 | 0.88 | <02 | 1,420 | 680 300 | 0.88 | <0.2 | 1,420 | 790
350 | - = - - 350 | - - - -
~150 | 0.88 | <0.15| 1,350 | 810 | ~150 | 0.88 | <0.15| 1,350 | 950
Hardened cie | | 200 | 0.88 | <0.15| 1,350 | 810 | 200 | 0.88 | <0.15| 1,350 | 950
(sKos1.0AC,0HA) | (Jogors)| 250 | 0.88 | <0.15| 15350 | 650 | 250 | 0.88 | <0.15| 12350 | 760
42-52HRC 300 | 0.88 | <0.15| 960 | 390 | 300 | 0.88 | <0.15| 960 | 460
350 | - - - - 350 | - - - -
~150 | 0.88 | <0.2 | 4380 | 3940 | ~150 | 0.88 | <0.2 | 4380 | 4,600
Gery & Nodular 200 | 0.88 | <0.2 4,380 | 3,940 200 | 0.88 | <0.2 4,380 | 4,600
e (JDC:PJ;) 250 | 0.88 | <0.2 | 3,580 | 2,580 | 250 | 0.88 | <02 | 3,580 | 3,010
TR 300 | 0.88 | <0.2 | 3580 | 2150 | 300 | 0.88 | <0.2 | 3,580 | 2,510
350 | - - - - 350 | - - - -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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QM MAX MQX/QXP Type
M Recommended cutting conditions
@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP & DOWN milling) (4)
Tool dia.(mm)
50 50/52
Material | Grade 7N 8N
P ae Vs ¢ P ae Ve
(mm) mm) (mm) (min) |((mm/min)| (mm) mm) (mm) (min?)  |(mm/min)
~150 1 <0.2 2,860 | 3,600 ~150 1 <0.2 2,860 | 4,110
200 1 <0.2 2,860 | 3,600 200 1 <0.2 2,860 | 4,110
Carbon stecl (JDCIffJ;) 250 | 1 | <02 | 2,860 | 3600 | 250 | 1 | <02 | 2,860 | 4,110
below 250HB 300 1 <0.2 2,860 | 3,000 300 1 <0.2 2,860 | 3,430
350 1 <0.2 2,860 | 3,000 350 1 <0.2 2,860 | 3,430
~150 1 <0.2 2,550 | 3,210 ~150 1 <0.2 2,550 | 3,670
200 1 <0.2 2,550 | 3,210 200 1 <0.2 2,550 | 3,670
Tool & die stee (JDC:%ZS) 250 | 1 | <02 | 2550 | 3210 | 250 | 1 | <02 | 2,550 | 3,670
below 255HB 300 1 <0.2 2,550 | 2,680 300 1 <0.2 2,550 | 3,060
350 1 <0.2 2,550 | 2,680 350 1 <0.2 2,550 | 3,060
~150 1 <0.2 2,230 | 2,340 ~150 1 <0.2 2,230 | 2,670
200 1 <0.2 2,230 | 2,340 200 1 <0.2 2,230 | 2,670
(Moldsteel (JDCIffJ;) 250 | 1 | <02 | 2230 | 2340 | 250 | 1 | <02 | 2230 | 2670
30-36 HRC 300 1 <0.2 2,230 | 1,870 300 1 <0.2 2,230 | 2,140
350 1 <0.2 2,230 | 1,870 350 1 <0.2 2,230 | 2,140
~150 1 <0.2 1,590 | 1,340 ~150 1 <0.2 1,590 | 1,530
200 1 <0.2 1,590 | 1,340 200 1 <0.2 1,590 | 1,530
il steel (JDCIffng) 250 | 1 | <02 | 1,59 | 1,340 | 250 | 1 | <02 | 1,590 | 1530
38-43HRC 300 1 <0.2 1,590 | 1,070 300 1 <0.2 1,590 | 1,220
350 1 <0.2 1,590 | 1,070 350 1 <0.2 1,590 | 1,220
~150 1 <0.15| 1,080 760 ~150 1 <0.15| 1,080 870
. 200 1 <0.15| 1,080 760 200 1 <0.15| 1,080 870
Hardened die | pH102
steel 250 1 <0.15| 1,080 760 250 1 <0.15| 1,080 870
(SKD61, DAC, DHA) | (JC8015)
42-52HRC 300 1 <0.15| 1,080 610 300 1 <0.15| 1,080 700
350 1 <0.15| 1,080 610 350 1 <0.15| 1,080 700
~150 1 <0.2 3,500 | 3,680 ~150 1 <0.2 3,500 | 4,210
Gery & Nodular | oo | 200 1 <02 | 3500 | 3680 | 200 | 1 | <02 | 3500 | 4210
%Eg,tF'ég)n (DH102) 250 1 <0.2 3,500 | 3,680 250 1 <0.2 3,500 | 4,210
below 300HB 300 1 <0.2 2,860 | 2,400 300 1 <0.2 2,860 | 2,740
350 1 <0.2 2,860 | 2,400 350 1 <0.2 2,860 | 2,740
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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Il Recommended cutting conditions =

@ QXP Type (YPHW-15 /-F insert) - Vertical side finishing (UP & DOWN milling) (4]

Tool dia.(mm)
63/66
Material Grade 8N
? Pf ae n Vi
(mm) (mm) (mm) (min”) |(mm/min)

~200 | 112 | <02 | 2270 | 3,260
250 | 112 | <02 | 2270 | 3260
C(gg%gﬁsggg;?' (JDijg;) 300 | 112 | <02 | 2270 | 3,260
below 250HB 350 | 112 | <02 | 2270 | 2,720
400 | 1.12 | <02 | 2270 | 2,720
~200 | 112 | <02 | 2,020 | 2,910
250 | 1.12 | <02 | 2,020 | 2910
Tool & die steel (”8015 300 | 112 | <02 | 2020 | 2910
(Ske1,Skp11) | (DH102)
below 255HB 350 | 1.12 | <0.2 2,020 | 2,420
400 | 112 | <02 | 2020 | 2420
~200 | 112 | <02 | 1,770 | 2,120
o |20 112 [ <02 | 4770 | 2,120
(Hm,dp%?r% oo | 300 | 112 [<0.2 | 1,770 | 2120
30-36 HRC 350 | 1.12 | <0.2 1,770 | 1,700
400 | 112 | <02 | 1,770 | 1,700
~200 | 112 | <02 | 1,260 | 1210
o |20 | 112 [ <02 | 1260 | 1,210
(NA%%,lﬂPsl\tA?ﬁIDm) (oH10 | 300 | 112 | <02 | 1,260 | 1210
38 43HRC 350 | 1.12 | <02 | 1,260 | 970
400 | 112 | <02 | 1,260 | 970
~200 | 112 | <015| 860 | 690
250 | 112 | <0.15| 860 | 690
stee 300 | 1.12 | <0.15| 860 | 690
(SKDS1,DAC, DHA) e T REEED <0.15| 860 | 550
400 | 112 | <0.15| 860 | 550

~200 | 1.12 | <0.2 | 2,780 | 3,340

HardeneF die | pH102

Gery & Nodular 168015 250 | 1.12 | <0.2 2,780 | 3,340
cast iron

(FC,FCD) (DH102) 300 | 1.12 | <0.2 2,780 | 3,340

below 300HB 350 | 1.12 | <0.2 2,270 | 2,180

400 | 112 | <0.2 | 2,270 | 2,180

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX

MQX/QXP Type

M Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing

Material

Grade

Tool dia.(mm)

16/17

20

20/21

2N

3N

4N

4

(mm)

dp
(mm)

de
(mm)

n
(min”)

Vi
(mm/min)

?

(mm)

dp
(mm)

de n \%i
(mm) | (min") | (mm/min)

(mm)

dp
(mm)

de
(mm)

(min”)

Vi
(mm/min)

Carbon steel
(S50C, $55C)
below 250HB

CX75
(JC8015)
(DH102)

~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

120

<02

8,950

2,150

120

<0.2| 7,160] 2,580

120

<0.2

7,160

3,440

160

0.7

<02

8,950

1,790

190

0.7

<0.2| 7,160] 2,150

190

0.7

<0.2

7,160

2,870

Tool & die steel
(SKD61, SKD11)
below 255HB

CX75
JC8015)
(DH102)

—

~70

1.5

<0.2

8,950

2,680

~70

1.5

<0.2| 7,160] 3,220

~70

1.5

<0.2

7,160

4,290

120

<0.2

8,950

2,150

120

<0.2| 7,160] 2,580

120

<0.2

7,160

3,440

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
(HPM7, PX5, P20)
30-36 HRC

JC8015
(DH102)

~70

1.5

<0.2

8,950

2,680

~70

1.5

<0.2| 7,160| 3,220

~70

1.5

<0.2

7,160

4,290

120

<02

8,950

2,150

120

<0.2| 7,160] 2,580

120

<0.2

7,160

3,440

160

0.7

<02

6,960

1,390

190

0.7

<0.2| 5570/ 1,670

190

0.7

<0.2

5,570

2,230

Mold steel
(NAK80,HPM1,P21)
38-43HRC

JC8015
(DH102)

~70

1.5

<0.2

7,960

1,910

~70

1.5

<0.2| 6,370 2,290

~70

1.5

<0.2

6,370

3,050

120

<0.2

6,960

1,390

120

<0.2| 5570/ 1,670

120

<0.2

5,570

2,230

160

0.7

<0.2

6,960

1,110

190

0.7

<0.2| 5,570] 1,340

190

0.7

<0.2

5,570

1,790

Hardened die
steel
(SKD61, DAC, DHA)
42-52HRC

JC8015
(DH102)

~70

1.5

<0.2

3,980

800

~70

1.5

<0.2| 3,180] 950

~70

1.5

<0.2

3,180

1,270

120

<0.2

3,380

540

120

<0.2| 2,710] 630

120

<0.2

2,710

840

160

190

190

Hardened die
stee
(SKD11,SLD,DC11)
55-62HRC

DH102

~70

<0.2

3,580

720

~70

<0.2| 2,860] 860

~70

<0.2

2,860

1,150

120

<0.2

2,980

480

120

<0.2| 2,390] 570

120

<0.2

2,390

760

160

190

190

Gery & Nodular
Cast iron
(FC, FCD)
below 300HB

JC8015
(DH102)

~70

1.5

<0.2

10,900

3,270

~70

1.5

<0.2| 8,750] 3,940

~70

<0.2

8,750

5,250

120

1

<0.2

8,950

2,150

120

1

<0.2| 7,160| 2,580

120

<0.2

7,160

3,440

160

0.7

<02

8,950

1,790

190

0.7

<0.2| 7,160] 2,150

190

<0.2

7,160

2,870

Stainless steel
(SUS304)
below 250HB

JC8015
(DH102)

~70

1.5

<0.2

8,950

2,680

~70

1.5

<0.2| 7,160] 3,220

~70

<0.2

7,160

4,290

120

1

<0.2

8,950

2,150

120

1

<0.2| 7,160] 2,580

120

<0.2

7,160

3,440

160

0.7

<0.2

6,960

1,390

190

0.7

<0.2| 5570/ 1,670

190

<0.2

5,570

2,230

Titanium alloy
(Ti-6Al-4V)

JC8015
(DH102)

~70

1.5

<0.2

1,790

430

~70

1.5

<0.2| 1,430] 520

~70

<0.2

1,430

690

120

1

<0.2

1,390

280

120

1

<0.2| 1,110] 330

120

<0.2

1,110

440

160

0.7

<02

1,390

220

190

0.7

<0.2| 1,110; 270

190

<0.2

1,110

360

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing

(4
Tool dia.(mm)
@ 25/26 25/26/28
Material | &

5 4N SN
? ap ae n Vi ? ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)
oXT5 ~90 1.5 <0.2 8,280 4,970 ~90 1.5 <0.2 8,280 6,210
Carbon steel | jcgp15)( 140 | 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3,440

(S50C, S55C) o102,
below 250HB 210 0.7 <02 | 5730 | 2,290 210 0.7 <02 | 5730 | 23860

~90 15 <02 | 5730 | 3,440 ~90 15 <0.2 | 5730 | 4,300
Tool & die steel CX75
(SKD61, SKD11) |JCB015) 140 1 <02 | 5730 | 2750 140 1 <0.2 | 5730 | 3,440
below 2558 | OH102) ™10 107 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230
Vold stee ~90 1.5 <02 | 5730 | 3,440 ~90 1.5 <0.2 | 5730 | 4,300
old stee
(4P, X5, P20) (JDchla;)st) 140 | 1 <02 | 5730 | 2,750 140 1 <02 | 5730 | 3440
210 0.7 <0.2 4,460 1,780 210 0.7 <0.2 4,460 2,230
~90 15 <02 | 5090 | 2440 ~90 15 <0.2 | 5090 | 3,050
(NAI\I%Z)I.THi@!ﬂ) (JDC:{) 325) 140 1 <0.2 | 4460 | 1,780 140 1 <0.2 | 4460 | 2,230
; 210 0.7 <0.2 | 4460 | 1430 210 0.7 <0.2 | 4460 | 1,790
Hardened die ~90 1.5 <02 | 2550 | 1,020 ~90 1.5 <0.2 | 25550 | 1,280
steel JCBOTS [ 4 49 1 <02 | 2160 690 140 1 <02 | 2160 860
(SKD61, DAC, DHA)| (DH102)
42-52HRC 210 - - - - 210 - - - -
. ~90 1 <0.2 | 2290 920 ~90 1 <02 | 2290 | 1,150
Hardened die

steel
(SKD11.5LD,DC11) DH102 140 0.7 <0.2 1,910 610 140 0.7 <0.2 1,910 760

55-62HRC 210 - _ - - 210 _ _ _ _
~90 15 <02 | 7,000 | 4,200 ~90 1.5 <0.2 | 7,000 | 5250
Gery & Nodular C8015
castiron |J 140 1 <02 | 5730 | 2750 140 1 <0.2 | 5730 | 3,440
(FC, FCD) (DH102)
below 300HB 210 0.7 <0.2 | 5730 | 2290 210 0.7 <0.2 | 5730 | 2860
~90 1.5 <02 | 5730 | 3,440 ~90 1.5 <02 | 5730 | 4300

Stainless steel | ;8015

(SUs302) 140 | 1 <02 | 5730 | 2750 | 140 | 1 <02 | 5730 | 3440
below 250HB | (PH102)

210 | 07 | <02 | 4460 | 1780 | 210 | 07 | <02 | 4460 | 2230

~90 | 15 | <02 | 1150 | 55 | ~90 | 15 | <02 | 1150 | 690

Titanium alloy | JCB0T5 | ™49 | <02 | 890 | 360 | 140 | 1 <02 | 890 | 450

(DH102)

210 0.7 <0.2 890 280 210 0.7 <0.2 890 350

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MAX MQX/QXP Type
M Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing
(4]
Tool dia.(mm)
@ 30/32/35 32/35
Material ©
o 5N 6N
? ap de n W { ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min?) (mm/min)
CXT5 ~100 1.5 <0.2 6,470 4,850 ~100 1.5 <0.2 6,470 5,820
Carbon steel |jogp5| 150 | 1.2 | <02 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
(S50C, $55C) (DH102)
below 250HB 210 | 1 <0.2 | 4,480 | 2240 210 | 1 <0.2 | 4480 | 2,690
T ~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
Tool& diesteelucaons| 150 | 12 | <02 | 4480 | 2690 [ 150 | 12 | <02 | 4480 | 3230
below 255H8 | (O102) =577 <02 | 3480 | 1740 | 210 | 1 <02 | 3480 | 2,090
Mold | ~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
old stee
(HPM7, PX5, P20) 60(;810325) 150 1.2 <0.2 | 4480 | 2690 150 1.2 <0.2 | 4480 | 3,230
30-36 HRC
210 1 <0.2 | 3,480 1,740 210 1 <0.2 | 3480 | 2,090
~100 1.5 <0.2 | 3980 | 2390 ~100 1.5 <0.2 | 3980 | 2870
(NA“%E',%S&?C,% LSl 950 | 12 | <02 | 3480 | 1740 | 150 | 12 | <02 | 3480 | 2090
-43HR
210 1 <0.2 | 3480 | 1,390 210 1 <0.2 | 3480 | 1,670
. ~100 1.5 <0.2 2,000 1,000 ~100 1.5 <0.2 2,000 1,200
Hardened die JC8015
steel 150 1.2 <0.2 1,690 680 150 1.2 <0.2 1,690 820
(SKD61, DAC, DHA)| (DH102)
42-52HRC 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
Hardg{nefi die
stee
(SKD11,SLD,DC11) DH102 150 0.8 <0.2 1,490 600 150 0.8 <02 1,490 720
5562HRC 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
Gery & Nodular JC8015
Cast iron 150 1.2 <0.2 4,480 2,690 150 1.2 <0.2 4,480 3,230
(FC,FcD)  [(DH102)
below 300HB 210 1 <0.2 | 4480 | 2240 210 1 <0.2 | 4480 | 2,690
I | ~100 1.5 <0.2 4,480 3,360 ~100 1.5 <0.2 4,480 4,030
Stainless stee
(susaos) | 2U80TS 950 | 12 | <0.2 | 4480 | 2,690 150 | 12 | <02 | 4480 | 3230
below 250HB (DH102)
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
Titanium alloy | Jc8o15
ThoAL) * oo 10| 12 | <02 700 350 150 | 12 | <02 700 420
210 1 <0.2 700 280 210 1 <0.2 700 340

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW-15 /-F insert) - Side finishing

(4,
Tool dia.(mm)
@ 40/42 40
Material o
' g 6N 7N
? ap de n Vi ? ap de n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)
CXT5 ~100 1.5 <0.2 5170 4,650 ~100 1.5 <0.2 5170 5420

Carbon steel
(5500, $550) (Jc8015) 150 1.5 <0.2 5170 4,650 150 1.5 <0.2 5170 5,420

below 25045 | (OH102)| ™ /1 <02 | 3580 | 2580 210 | 1 <02 | 3580 | 3010

s | 7190 | 15 | <02 | 3580 | 3220 | 100 | 15 | <02 | 3580 | 3760
Toos diesteelucsors) 150 | 1.5 | <02 | 3580 | 3220 | 150 | 15 | <02 | 3580 | 3760
below 265H3 | (OHTOZN o 5y <02 | 279 | 2010 | 210 | 1 <02 | 2790 | 2,350

—

~100 1.5 <02 | 3580 | 3220 ~100 1.5 <0.2 | 3580 | 3,760
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

Mold steel Jcso1s

HPMT, PX5, P20
st ke | OH102)

Nl

~100 | 1.5 | <02 | 3180 | 2290 | ~100 | 1.5 | <02 | 3,180 | 2,670

(NA'\}%SZ)I,%PSI\EI?F!N (JDC:{)JZE’) 15 | 1.5 | <02 | 3180 | 2290 | 150 | 15 | <02 | 3180 | 2,670
-43HR

210 | 1 <02 | 279 | 1670 | 210 | 1 <02 | 2,790 | 1,950

. ~100 1.5 <0.2 1,590 950 ~100 1.5 <0.2 1,590 1,110
Hardened die

(smeft[?fcl o) (JDCF?%; 150 | 15 <02 | 1,590 950 150 | 15 <02 | 1350 | 1,110

42-52HRC 210 | 1 <02 | 1,350 650 210 | 1 <02 | 1350 760
. ~100 | 1 <02 | 1,430 860 | ~100 | 1 <02 | 1,430 | 1,000
Hardeineij die
stlee
ST oy D102 | 150 | 1 <02 | 1,430 860 150 | 1 <02 | 1,430 | 1,000
AL 210 | 0.7 <02 | 1,190 570 210 | 07 <02 | 1,190 670

~100 1.5 <0.2 4,380 3,940 ~100 1.5 <0.2 4,380 4,600
Gery & Nodular

Castiron | JC8015 3940
&rey |omog| 150 1S | <02 | 3380 | 3, 150 | 1.5 | <02 | 3580 | 4,600

below 300HB 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
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

Stainless steel
(SUS304) JClia
below 250HB (DH102)

~100 1.5 <0.2 720 520 ~100 1.5 <0.2 720 610

Titanium alloy | Jc8o15
e Doy 150 | 15 | <02 | 560 | 520 150 | 1.5 | <02 | 560 | 610
210 1 <0.2 560 340 210 1 <0.2 560 400

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MAX MQX/QXP Type
l Recommended cutting conditions
@ QXP Type (YPHW-15 /-F insert) - Side finishing o
Tool dia.(mm)
Material > 40
ateria g 6N N
dp de n Vit (] ap de n Vi
(mm) (mm) (mm) (minT) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)
~150 | 1.5 | <0.2 | 5170 | 4650 | ~150 | 1.5 | <0.2 | 5170 | 5430
CXT5 200 | 15 | <0.2 | 5170 | 4650 | 200 | 1.5 | <0.2 | 5170 | 5430
Cabonsteel |(ucso1s)| 250 | 1 | <02 | 3580 | 2580 | 250 | 1 | <0.2 | 3,580 | 3,10
below250H8 | (DH102) | 300 | 0.7 | <0.2 | 3,580 | 2,360 | 300 | 0.7 | <0.2 | 3,580 | 2,750
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3,580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Tool & die steel | CX75 200 | 1.5 | <0.2 | 3,580 | 3,220 | 200 | 1.5 | <0.2 | 3,580 | 3,760
(SKD61,SKD11) [ (JC8015) 250 1 <0.2 | 2,790 | 2,010 250 1 <0.2 | 2,790 | 2,350
bRl (DH102) | 300 | 0.7 | <0.2 | 2,790 | 1,670 300 07 | <0.2 ] 2790 | 1,950
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3,580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Moldsteel | cgqs | 200 | 15 | <02 (3580 | 3220 | 200 | 1.5 | <02 | 3,580 | 3760
(HPM?7, PX5, P20) (DH102) 250 1 <0.2 | 2,790 | 2,010 250 1 <0.2 | 2,790 | 2,350
3036 HRC 300 | 0.7 | <0.2 | 2790 | 1,670 | 300 | 0.7 | <0.2 | 2,790 | 1,950
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3,180 | 2,290 | ~150 | 1.5 | <0.2 | 3,180 | 2,670
200 | 15 | <0.2 | 3180 | 2290 | 200 | 1.5 | <0.2 | 3,180 | 2,670
o tee ooy 250 | 1| <02 2790 [ 1670 | 250 | 1 | <0.2 | 2,79 | 1,950
38-43HRC 300 | 0.7 | <0.2 | 279 | 1,340 | 300 0.7 | <0.2 | 2,790 | 1,560
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 1,590 | 950 | ~150 | 1.5 | <0.2 | 1,590 | 1,110
Hardened die | cgoqs | 200 | 1.5 | <0.2 [ 1590 | 950 | 200 1.5 | <0.2 | 159 | 1,110
(sxneftgfé o | (om102) | 250 1 <02 [ 1,350 | 650 | 250 | 1 <0.2 | 1,350 | 760
SOHRG 300 | 0.7 | <0.2 [ 1,350 | 650 | 300 | 0.7 | <0.2 | 1,350 | 760
350 [ - - - - 350 | - - - -
~150 | 1 <0.2 | 1,430 | 860 | ~150 | 1 <0.2 | 1,430 | 1,000
Hardened die 200 | 1 <0.2 | 1,430 | 860 | 200 | 1 <0.2 | 1,430 | 1,000
steel DH102 | 250 | 0.7 | <0.2 | 1,190 | 570 | 250 | 0.7 | <0.2 | 1,190 | 670
(SKD11. SLD.OCT1) 300 | 05 | <02 | 1,790 | 360 | 300 | 05 | <02 | 1,190 | 420
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 4380 | 3,940 | ~150 | 1.5 | <0.2 | 4,380 | 4,600
Gery & Nodular : 200 | 15 | <0.2 | 4380 | 3940 | 200 | 1.5 | <0.2 | 4,380 | 4,600
oy ooy | 250 1 <02 3580 | 2580 | 250 | 1 <0.2 | 3,580 | 3,010
below 300HB 300 | 0.7 | <0.2 | 3,580 | 2,150 | 300 | 0.7 | <0.2 | 3,580 | 2,510
350 [ - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 3,580 | 3,220 | ~150 | 1.5 | <0.2 | 3,580 | 3,760
Stainless steel | jcgoqs | 200 | 1.5 | <0.2 | 3580 | 3220 | 200 | 1.5 | <0.2 | 3580 | 3760
(SUS304) (o105 | 250 | 1 <0.2 | 2790 | 2,010 | 250 | 1 <0.2 | 2,790 | 2,350
below 250HB 300 | 0.7 | <0.2 | 2790 | 1,670 | 300 | 0.7 | <0.2 | 2,790 | 1,950
350 | - - - - 350 | - - - -
~150 | 1.5 | <0.2 | 720 | 520 | ~150 | 1.5 | <0.2 | 720 | 610
. 200 15 | <02 | 720 | 520 | 200 15 | <02 | 720 | 610
Titanium alloy ooy | 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 | - - - -

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (YPHW-15 /-F insert) - Side finishing o
Tool dia.(mm)
. > 50 50/52
Material g N aN
? dp de n Vs ? dp de n Vi
(mm) (mm) (mm) (min?) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
~150 | 2 <0.2 | 4140 | 4350 | ~150 | 2 <0.2 | 4140 | 4970
CX75 200 | 2 <0.2 | 4740 | 4350 | 200 | 2 <0.2 | 4,140 | 4,970
Cabonsteel |osots)| 250 | 2 | <02 | 4140 | 4350 | 250 | 2 | <0.2 | 4140 | 4,970
below2s0HB | (DH102) | 300 | 1.5 | <0.2 | 2,860 | 2,400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2,860 | 2400 | 350 | 15 | <02 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Tool & die steel | CX75 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(SKD61, SKD11) (JC8015) 250 2 <0.2 | 2,860 | 3,000 250 2 <0.2 | 2,860 | 3,430
below 255HB (DH102) [ 300 | 1.5 | <0.2 | 2,860 | 2,400 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2860 | 2400 | 350 | 15 | <02 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Mold steel | cgg1s | 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(HPM7, PX5, P20) (DH102) 250 2 <0.2 | 2,860 | 3,000 250 2 <0.2 | 2,860 | 3,430
3036 HRC 300 | 1.5 | <02 | 2,860 | 2400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2,860 | 2400 | 350 | 15 | <02 | 2,860 | 2,740
~150 | 2 <0.2 | 2,550 | 2,140 | ~150 | 2 <0.2 | 2,550 | 2,450
200 | 2 <0.2 | 2550 | 2,140 | 200 | 2 <0.2 | 2,550 | 2,450
o CETee I ooy | 250 | 2 | <02 | 2550 | 2,140 | 250 | 2 | <0.2 | 2550 | 2,450
38-43HRC 300 | 15 | <02 | 2230 | 1,560 | 300 | 1.5 | <02 | 2,230 | 1,780
350 | 15 | <02 | 2,230 | 1,560 | 350 | 1.5 | <0.2 | 2,230 | 1,780
~150 | 1.5 | <0.2 | 1,270 | 890 | ~150 | 1.5 | <0.2 | 1,270 | 1,020
Hardened die | jcgoqs | 200 | 1.5 | <0.2 | 1,270 | 890 | 200 | 15 | <02 | 1,270 | 1,020
<sxos?t§fc| on | o) |20 | 1.5 1 <02 [1.270 [ 890 | 250 | 15 | <02 | 1270 | 1020
RSO EC 300 | 12 | <02 | 1,080 | 600 | 300 | 12 | <02 | 1,080 | 690
350 | 12 | <02 | 1,080 | 600 | 350 | 1.2 | <0.2 | 1,080 | 690
~150 | 1.5 | <0.2 | 1,150 | 810 | ~150 | 1.5 | <0.2 | 1,150 | 930
Hardened die 200 | 15 | <02 | 1,50 | 810 | 200 | 1.5 | <02 | 1,150 | 930
steel DH102 | 250 | 1.5 | <02 | 1,150 | 810 | 250 | 1.5 | <02 | 1,150 | 930
(SKD11,SLD,DC11) 300 | 1 <02 | 950 | 530 | 300 | 1 <02 | 950 | 610
350 | 1 <0.2 | 950 | 530 | 350 | 1 <02 | 950 | 610
~150 | 2 <0.2 | 3,500 | 3,680 | ~150 | 2 <0.2 | 3,500 | 4,210
Gery & Nodular , 200 | 2 <0.2 | 3500 | 3,680 | 200 | 2 <0.2 | 3,500 | 4,210
o | imom 2501 2 |'<02 350 3680 | 250 | 2 | <02 | 3500 | 4210
below 300HB 300 | 15 | <02 | 2860 | 2400 | 300 | 15 | <02 | 2860 | 2,740
350 | 15 | <02 | 2,860 | 2400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 2,860 | 3,000 | ~150 | 2 <0.2 | 2,860 | 3,430
Stainless steel | Jcgors | 200 | 2 <0.2 | 2,860 | 3,000 | 200 | 2 <0.2 | 2,860 | 3,430
(SUS304) (o109 | 250 | 2 <0.2 | 2,860 | 3,000 | 250 | 2 <0.2 | 2,860 | 3,430
sl 300 | 1.5 | <02 | 2,860 | 2400 | 300 | 1.5 | <0.2 | 2,860 | 2,740
350 | 15 | <02 | 2,860 | 2,400 | 350 | 1.5 | <0.2 | 2,860 | 2,740
~150 | 2 <0.2 | 5/0 | 480 | ~150 | 2 <0.2 | 5/0 | 550
Tanimalloy | Jcao1s 200 | 2 <02 | 570 | 480 | 200 2 <02 | 570 | 550
anium 2l oHi0p) | 250 | 2 <02 | 570 | 480 | 250 2 <02 | 570 | 550
300 | 15 | <02 | 450 | 320 | 300 | 15 | <02 | 450 | 370
350 | 15 | <02 | 450 | 320 | 350 | 15 | <02 | 450 | 370
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (YPHW-15 /-F insert) - Side finishing (4}
Tool dia.(mm)
(<5}
. 63/66
Material ks
dp de n Vi
(mm) (mm) (mm) (min) | (mm/min)
~200 2 <0.2 | 3,290 | 3,950
CX75 250 2 <0.2 | 3,290 | 3,950
Cabonsteel | (ucso1s)| 300 | 2 | <0.2 | 3,290 | 3,950
below 250HB (DH102) 350 | 1.5 <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 | 2,270 | 2,720
(SKD61,SKD11) [ (JC8015) 300 2 <0.2 | 2270 | 2,720
below 255HB (DH102) | 350 | 1.5 | <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 | 2270 | 2,720
Moldsteel | jogo1s | 250 | 2 <0.2 | 2,270 | 2,720
(HPM?7, PX5, P20) (DH102) 300 2 <0.2 | 2270 | 2,720
3036 HRC 350 | 1.5 | <02 | 2270 | 2,180
400 1.5 <0.2 | 2,270 | 2,180
~200 2 <0.2 | 2,020 | 1,940
250 2 <0.2 | 2,020 | 1,940
Mold steel 1 : :
Ak VT2 | (o | 300 | 2 | <02 | 2,020 | 1940
38-43HRC 350 1.5 <0.2 | 1,770 | 1,410
400 1.5 <0.2 | 1,770 | 1,410
~200 1.5 <0.2 | 1,010 810
Hardened die JC8015 250 1.5 <0.2 1,010 810
SKD61StDeE(|) DHA) | (DH102) 300 1.5 <02 | 1,010 810
(SKDET, DAC, DHA) 350 | 1.2 | <02 | 860 | 550
400 1.2 <0.2 860 550
~200 1.5 <0.2 910 740
(SKD1$t§E|;| B, DH102 300 1.5 <0.2 910 740
L 350 | 1 <0.2 | 750 | 480
400 1 <0.2 750 480
~200 2 <0.2 | 2,780 | 3,340
Gery & Nodular 108015 250 2 <0.2 | 2,780 | 3,340
Cast Iron 300 | 2 <0.2 | 2,780 | 3,340
(FC, FCD) (DH102)
below 300HB 350 1.5 <0.2 | 2270 | 2,180
400 1.5 <0.2 | 2270 | 2,180
~200 2 <0.2 | 2270 | 2,720
(SUs304) (DH102) 300 2 <0.2 | 2,270 | 2,720
below 250HB 350 | 1.5 | <0.2 | 2,270 | 2,180
400 1.5 <0.2 | 2270 | 2,180
~200 2 <0.2 450 440
Titanium allo JC8015 250 2 <02 450 440
350 1.5 <0.2 360 300
400 1.5 <0.2 360 300

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW-15 insert ) - Bottom finishing

(4]
Tool dia.(mm)
g 16/17 20 20/21
Material = AN 3N 4N
(&)

? ap de n Vit ? ap de n Vit ? ap de n Vit
(mm) | (mm) | (mm) | (minT) | (mm/min) | (mm) | (mm) | (mm) | (min”) | (om/min) [ (mm) | (mm) | (mm) | (min?) | (mm/min)

~70| 0.2 |8~16/5200|2,600 ~70| 0.2 |10~20| 4,200|3,150{ ~70| 0.2 |10~18/4,200 4,200
Carbon steel | CX75 N ~ ~ 2001 2,550
85005550 |(orop)| 120| 0-2 |8~163,9001550| 120 | 0.2 |10~20/3,200|1950| 120 | 0-2 |10~18 3200|2,
below 250HB 160 | 0.2 |8~10|3,400/1,200| 190| 0.2 |10~12(2,700|1,450| 190| 0.2 |10~12(2,700 1,900
~70| 0.2 |8~16|4,700|2,100 ~70| 0.2 |10~20| 3,800|2,550{ ~70| 0.2 |10~18/3,800 3,400
Tool & die steel| cx75
(SKD61,5K011) [ipryiom| 120 | 02 |8~163,500/1,400| 120| 02 [10~20/2,900 1,750| 120 02 |10~18 2900] 2350
below 255HB 160 | 0.2 |8~10{3,000(1,700( 190 | 0.2 [10~12/2,450(1,300 190 | 0.2 |10~122,4501,750
Vold steel ~70| 0.2 |8~16|4,350|1,750 ~70| 0.2 |10~20|3,500|2,100{ ~70| 0.2 |10~18/3,500 2,800
old stee
(HPM7,PX5,P20) | DH102 | 120 | 0.2 |8~16|3,250|1,200 120 | 0.2 |10~20] 2,650|1,450| 120| 0.2 |10~18|2,650 1,950
30-36 HRC
160 | 0.2 |8~10(2,750| 950| 190| 0.2 |10~12/2250 1,150| 190 | 0.2 [10~12(2,250| 1,500

~70| 0.2 |8~16|4,000{ 960| ~70| 0.2 [10~20|3,200 1,150 ~70| 0.2 |10~18 3,200 1,500

—

e steel | DH102| 120 | 0.2 [8~16|3,000] 600| 120 | 0.2 [10~20{2,400] 720| 120 0.2 [10~18[2,400 960
38-43HRC

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| 0.2 [8~16]2,000] 400| ~70] 0.2 [10~201,600] 480| ~70] 0.2 [10~18]1,600] 640

Hardened die
steel DH102| 120| 0.2 |8~16(1,600( 320| 120| 0.2 |10~20/1,280| 380| 120| 0.2 [10~18/1,280| 510

(SKD61, DAC, DHA)
42:52HRC 0 - | - | - | - [19] - | - | -] - (19 - |-]-|-
: ~70| 0.2 |8~16/1,400| 200| ~70| 0.2 |10~20/1,120| 240 ~70| 0.2 |10~181,120| 320
Harde%neijdle
stee ~ ~ ~
(ko1 saocin| 0102|120 0.2 8~16/1,000 100 120 | 0.2 [10~20 800 120 120| 0.2 |10~18 800 160
S562HRC 160 - | - [ - | - [190] - | - | -] - |19 - |- |-|-
~70 | 0.2 |8~16|4,000|1,600| ~70| 0.2 |10~20|3,180|1,910 ~70| 0.2 |10~18|3,180 2,540
Gery & Nodular
c(ggtFlég)n DH102 | 120| 0.2 |8~16/3,000 900 120 0.2 |10~20/2,390(1,080| 120 | 0.2 |10~18/2,390| 1,430
below 300HB 160 | 0.2 |8~10|2,600| 520 190| 0.2 [10~12/2,070| 630 190| 0.2 [10~12/2,070 830
~70| 0.2 |8~16|3,600|1,080| ~70| 0.2 |10~20|2,860|1,290 ~70| 0.2 |10~18|2,3860 1,720
Stainless steel
(Sus304)  [JC8015( 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
below 250HB  |(DH102)
160 | 0.2 |8~10|2,000{ 400( 190 | 0.2 [10~12/1,590| 480 190| 0.2 [10~12/1,590| 640
~70| 0.2 |8~16/1,000] 300| ~70| 0.2 [10~20] 800| 360 ~70| 0.2 [10~18/ 800 480
Titanium alloy | pu1o2 | 120 | 0.2 |8~16| 600| 120 120| 0.2 10~20 480| 150| 120| 0.2 [10~18] 480 200

160 0.2 |8~10| 600 120| 190| 0.2 |[10~12] 480, 150( 190 | 0.2 |10~12 480| 200

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ MQX Type (YPHW-15 insert ) - Bottom finishing
(4]
Tool dia.(mm)
2 25/26 25/26/28
i @©
Material = AN 5N
? ap de n Vi ? ap de n \'i
(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
Carbon steel [ CX75 N N
(S50, S550)  |(DH102) 140 0.2 12.5~25| 2,500 2,000 140 0.2 12.5~22 | 2,500 2,500
below 250HB 210 0.2 |125~15| 2200 | 1,550 210 0.2 |12.5~15| 2,200 | 1,900
~90 0.2 12.5~25| 3,050 2,750 ~00 0.2 12.5~22 | 3,050 3,400
Tool & die steel| cx75
(K061, 5011) |prrion| 140 | 02 |125~25| 2250 | 1800 | 140 | 02 |125~22| 2250 | 2250
below 255HB 210 | 02 [125~15| 2000 | 1,400 | 210 | 02 |125~15| 2,000 | 1,750
~90 0.2 12.5~25| 2,800 2,250 ~90 0.2 12.5~22 | 2,800 2,800
Mold steel
(HPM7, PX5, P20) | DH102 140 0.2 12.5~25| 2,100 1,500 140 0.2 12.5~22 | 2,100 1,900
30-36 HRC
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 ~00 0.2 12.5~22 | 2,550 1,500
St o[ DH102| 140 | 02 |125~25| 1,000 | 750 | 140 | 02 |125-22| 1900 | 950
38-43HRC
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
Hardened die
steel DH102 140 0.2 12.5~25| 1,020 410 140 0.2 12.5~22 | 1,020 510
(SKD61, DAC, DHA)
42-52HRC 210 - - - - 210 - - - -
. ~90 0.2 12.5~25 890 250 ~00 0.2 12.5~22 890 310
Hard(%ned die
Slee ~ ~
(SKD1T.SLD,DCTY) DH102 140 0.2 12.5~25 640 130 140 0.2 12.5~22 640 160
55-62HRC 210 _ _ — — 210 _ _ _ _
~90 0.2 12.5~25| 2,550 2,040 ~90 0.2 12.5~22 | 2,550 2,550
Gery & Nodular
C(?(S:tFl(r:cD))n DH102 140 0.2 12.5~25| 1,910 1,150 140 0.2 12.5~22 | 1,910 1,440
below 300HB 210 0.2 12.5~15| 1,660 660 210 0.2 12.5~15| 1,660 820
~90 0.2 12.5~25| 2,290 1,370 ~00 0.2 12.5~22 | 2,290 1,710
Stainless steel
(SUS304) JC8015 140 0.2 12.5~25| 1,660 800 140 0.2 12.5~22 | 1,660 1,000
below 250HB  [(DH102)
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
Tianumalloy | puioa | 140 | 02 |125~25| 380 | 150 | 140 | 02 |125~22| 380 | 190
210 0.2 12.5~15 380 150 210 0.2 12.5~15 380 190
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.

Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW-15 insert ) - Bottom finishing

4,
Tool dia.(mm)
g 30/32/35 32/35
Material g 5N 6N
? ap de n Vi ] dp de n Vi
(mm) (mm) (mm) (min?) (mm/min) (mm) (mm) (mm) (min™) | (mm/min)

~100 | 02 | 16~32 | 2650 | 3,300 | ~100 | 0.2 | 16~30 | 2,650 | 3,950
Carbon steel | CX75 N N
Ay | ooy 150 | 0.2 | 16~32 | 2,650 | 3,300 150 | 0.2 | 16~30 | 2,650 | 3,950
below 250HB 210 | 0.2 | 16~32 | 2,000 | 2,000 210 | 0.2 | 16~30 | 2,000 | 2,400
~100 | 0.2 | 16~32 | 2400 | 2700 | ~100 | 02 | 16~30 | 2,400 | 3,200
Tool & die steell cx75
(SKD61,SKDI1) | (1410%) 150 | 0.2 | 16~32 | 2400 | 2,700 150 | 0.2 | 16~30 | 2400 | 3,200
below 255HB 210 | 02 | 16~32 | 1,800 | 1,800 | 210 | 02 | 16~30 | 1800 | 2,150
Vold steel ~100 | 0.2 | 16~32 | 2200 | 2200 | ~100 | 0.2 | 16~30 | 27200 | 2,600
old stee
(HPg/(I)7éPX5,gzo) DH102 150 | 0.2 | 16~32 | 2200 | 2,200 150 | 0.2 | 16~30 | 2,200 | 2,600
-36 HR
210 | 02 | 16~32 | 1,650 | 1,500 210 | 02 | 16~30 | 1,650 | 1,800

~100 0.2 16~32 2,000 1,200 ~100 0.2 16~30 2,000 | 1,450

—

—

e | D102 | 150 | 0.2 | 1632 | 2000 | 1200 | 150 | 02 | 1630 | 2,000 | 1,450
38-43HRC
210 | 02 | 16~32 | 1500 | 750 | 210 | 02 | 16~30 | 1500 | 900
, ~100 | 02 | 16~32 | 1000 | 500 | ~100 | 02 | 16~30 | 1000 | 600
Hardened die

steel DH102 150 0.2 16~32 | 1,000 500 150 0.2 16~30 1,000 600
(SKD61, DAC, DHA)

42-52HRC 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
Hardeineij die
Slee ~ ~
(SKD11.SLD, DC11) DH102 150 0.2 16~32 700 250 150 0.2 16~30 700 300
S>62HRC 210 | 02 | 16~20 | 500 | 130 210 | 02 | 16~20 500 | 160

~100 0.2 16~32 1,990 1,990 ~100 0.2 16~30 1,990 2,390
Gery & Nodular
C(?gtplég)n DH102 150 0.2 16~32 1,990 1,990 150 0.2 16~30 1,990 2,390
below 300HB 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
(SUS304) JC8015 150 0.2 16~32 1,790 1,340 150 0.2 16~30 1,790 1,610
below 250HB  |(DH102)
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
Tianiumalloy | pygop | 150 | 02 | 16~32 | 500 | 380 | 150 | 02 | 16~30 | 500 | 460

210 0.2 16~20 300 150 210 0.2 16~20 300 180

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
M Recommended cutting conditions
@ MQX Type (YPHW-15 insert ) - Bottom finishing
(4]
Tool dia.(mm)
© 40/42 40
Material 8
S 6N 7N
{ ap de n Vit ? dp de n \
(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
Carbon steel | CX75 N N
(S50C,S550) | (DH102) 150 0.2 20~40 2,100 3,150 150 0.2 20~38 2,100 3,650
below 250H8 210 | 02 | 20~40 | 1570 | 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
Tool & die steel| cx75
(SKD61, K1) |oratop)| 190 | 02 | 20~40 | 1,890 | 2850 150 | 02 | 20~38 | 1,890 | 3,300
below 255H8 210 | 0.2 | 20~40 | 1410 | 1,700 210 | 02 | 20~38 | 1,410 | 2,000
~100 0.2 20~40 1,750 2,100 ~100 0.2 20~38 1,750 2,450
Mold steel
(HPM7, PX5, P20) | DH102 150 0.2 20~40 1,750 2,100 150 0.2 20~38 1,750 2,450
30-36 HRC
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
Mold steel
(NAKBO,HPM1, p21)| DH102 150 | 0.2 | 20~40 | 1,600 | 1,150 150 | 0.2 | 20~38 | 1,600 | 1,350
38-43HRC
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
Hardened die
steel DH102 150 0.2 20~40 800 480 150 0.2 20~38 800 560
(SKD61, DAC, DHA)
42-52HRC 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
Hardg{nefi die
stee ~ =
(SKD11.SLD,DC11) DH102 150 0.2 20~40 560 240 150 0.2 20~38 560 280
55-62HRC 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
Gery & Nodular
c(eFlgtFI(I;g)n DH102 150 0.2 20~40 1,590 1,910 150 0.2 20~38 1,590 2,230
below 300HB 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
(SUS304) JC8015 150 0.2 20~40 1,430 1,290 150 0.2 20~38 1,430 1,500
below 250HB  |(DH102)
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
Tianiumalloy | pygop | 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
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.

Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (YPHW-15 insert ) - Bottom finishing 0
Tool dia.(mm)
Material > 40
ateria g oN .
0 ap de n Vi ap de n Vi
(mm) (mm) (mm) (min?) | (mm/min) [ (mm) (mm) (mm) (minT) | (mm/min)
~150 0.2 20~40 | 2,100 | 3,150 ~150 8% 20~38 %188 3,680
200 | 0.2 | 20~40 | 2,100 | 3,150 200 2 | 20~38 2, 3.680
Caonsteel | omvey | 250 | 02 | 20~40 | 1570 | 1,890 | 250 | 0.2 | 20~38 | 1570 | 2200
below 250HB 300 0.2 20~22 | 1,360 | 1,640 300 0.2 20~22 | 1,360 | 1,900
350 - - - - 350 - - - -
~150 0.2 20~40 | 1,890 | 2,830 ~150 0.2 20~38 1338 3,300
q 200 0.2 20~40 | 1,890 | 2,830 200 0.2 20~38 , 3,300
o e steel | oy | 250 | 02 | 20~40 | 1410 | 1,700 | 250 | 0.2 | 20~38 | 1410 | 1980
below 255HB 300 0.2 20~22 | 1,220 | 1,470 300 0.2 20~22 | 1,220 | 1,710
350 - = S = 350 - = = =
~150 0.2 20~40 | 1,750 | 2,100 ~150 0.2 20~38 | 1,750 | 2,450
Mold steel 200 0.2 20~40 | 1,750 | 2,100 200 0.2 20~38 | 1,750 | 2,450
(AW PYs F20) | DH102 [ 250 | 0.2 [ 20~40 | 1,300 | 1,400 | 250 [ 0.2 [20~38 | 1,300 | 1,650
30-36 HRC 300 0.2 20~22 | 1,150 | 1,150 300 0.2 20~22 | 1,750 | 1,350
350 - - - - 350 - - - -
~150 0.2 20~40 | 1,600 | 1,150 ~150 0.2 20~38 | 1,600 | 1,350
Mold steel 200 | 0.2 | 20~40 | 1,600 | 1,150 | 200 | 0.2 [ 20~38 | 1,600 | 1,350
(NAK80,HPM1,P21) DH102 250 0.2 20~40 1,200 720 250 0.2 20~38 1,200 840
38-43HRC 300 0.2 20~22 | 1,050 630 300 0.2 20~22 | 1,050 740
350 - = = = 350 - = = =
~150 0.2 20~40 800 480 ~150 0.2 20~38 800 560
Hardened die 200 | 0.2 | 20~40 800 480 200 | 0.2 | 20~38 800 560
steel DH102 250 0.2 20~40 640 380 250 0.2 20~38 640 440
(SKDS, DAC, DHA) 300 | 0.2 | 20~22 | 400 | 120 | 300 | 0.2 |20~22 | 400 | 140
350 - - - - 350 - - - -
~150 0.2 20~40 560 240 ~150 0.2 20~38 560 280
Hardened die 200 0.2 | 20~40 560 240 200 0.2 | 20~38 560 280
01 ftSeL%I ocrpy | DH102 250 | 0.2 [ 20~40 | 400 | 120 250 | 0.2 | 20~38 | 400 | 140
(SKD1LSLD.OCTY) 300 | 0.2 | 20~22 | 400 | 120 | 300 | 0.2 | 20~22| 400 | 140
350 - = - - 350 - = = =
~150 0.2 20~40 | 1,590 | 1,910 ~150 0.2 20~38 | 1,590 | 2,230
Gery & Nodular 200 0.2 20~40 | 1,590 | 1,910 200 0.2 20~38 | 1,590 | 2,230
castiron DH102 250 0.2 20~40 | 1,190 | 1,070 250 0.2 20~38 | 1,190 | 1,250
biFC, D) ggg 0.2 | 20~22 | 1,030 | 620 3(5)8 0.2 | 20~22| 1030 | 720
~150 0.2 20~40 | 1,430 | 1,290 ~150 0.2 20~38 1 1,430 | 1,500
Stainless steel 200 | 0.2 | 20~40 | 1,430 | 1,290 | 200 | 0.2 | 20~38 | 1,430 | 1,500
(SUS304) JC8015 250 0.2 | 20~40 | 1,030 740 250 0.2 | 20~38 | 1,030 870
below250H8 | (DH102) 300 | 0.2 | 20~22 | 800 | 480 | 300 | 0.2 | 20~22| 800 | 560
350 - = - - 350 - = - =
~150 0.2 | 20~40 400 360 | ~150 0.2 | 20~38 400 420
L 200 0.2 20~40 400 360 200 0.2 20~38 400 420
Titanium alloy | pH1o2 250 | 0.2 | 20~40 | 240 | 140 250 | 0.2 | 20~22 | 240 | 160
(THoAH4V) 300 | 0.2 | 20~22 | 240 | 140 | 300 | 02 | 20~22 | 240 | 160
350 - - - - 350 - - - -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
l Recommended cutting conditions
@ QXP Type (YPHW-15 insert ) - Bottom finishing (4)
Tool dia.(mm)
: = 50 50/52
Material g 7N 8N
ap de n Vi ? ap de n Vit

(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)

~150 | 0.2 | 25~50 | 1,700 | 2,970 | ~150 | 0.2 | 25~48 | 1,700 | 3,390

Carbonsteel | cx7s | 200 | 0.2 | 25~50 | 1,700 | 2,970 | 200 | 0.2 | 25~48 | 1,700 | 3390

(S50C, S55C) 250 | 0.2 | 25~50 | 1,700 | 2,700 250 | 0.2 | 25~48 | 1,700 | 3,080

DH102
pelow 25008 | OH102) | 30009 2550 | 1280 | 1790 | 300 | 0.2 | 2548 | 1280 | 2040

350 | 0.2 | 25~28 | 1,280 | 1,790 350 | 0.2 | 25~28 | 1,280 | 2,040

~150 | 0.2 | 25~50 | 1,530 | 2,670 | ~150 | 0.2 | 25~48 | 1,530 | 3,050

Tool & die steel | cy7s 200 | 0.2 | 25~50 | 1,530 | 2,670 | 200 | 0.2 | 25~48 | 1,530 | 3,050

(SKD61, SKD11) 250 | 0.2 | 25~50 | 1,530 | 2,430 250 | 0.2 | 25~48 | 1,530 | 2,770

beowzsoi8” | (PH102) 1550 105 | 2550 | 1150 | 1,600 | 300 | 0.2 | 25~48 | 1150 | 1830

350 | 0.2 | 25~28 | 1,150 | 1,600 350 | 0.2 | 25~28 | 1,150 | 1,830

~150 | 0.2 | 25~50 | 1,400 | 1,950 | ~150 | 0.2 | 25~48 | 1,400 | 2,200

Mold steel 200 | 0.2 [25~50 | 1,400 [ 1,950 | 200 [ 0.2 [25~48 | 1,400 | 2,200
(HPM7,PX5.P20) | DH102 | 250 | 0.2 | 25~50 | 1,400 | 1,750 | 250 | 0.2 | 25~48 | 1,400 | 2,000
3036 HRC 300 | 0.2 |25~50 | 1,050 | 1,250 | 300 | 0.2 | 25~48 | 1,050 | 1,400

350 | 0.2 | 25~28 | 1,050 | 1,250 350 | 0.2 | 25~28 | 1,050 | 1,400

~150 | 0.2 | 25~50 | 1,250 | 1,050 | ~150 | 0.2 | 25~48 | 1,250 | 1,200

Mold steel 200 | 0.2 | 25~50 | 1,250 | 1,050 200 | 0.2 | 25~48 | 1,250 | 1,200
(NAK80,HPM1,P21) DH102 250 0.2 25~50 | 1,250 880 250 0.2 25~48 | 1,250 | 1,000
38-43HRC 300 | 0.2 | 25~50 | 950 660 300 | 0.2 | 25~48 | 950 750

350 | 0.2 | 25~28 950 660 350 | 0.2 | 25~28 950 750

~150 | 0.2 | 25~50 510 360 | ~150 | 0.2 | 25~48 510 410

Hardened die 200 | 0.2 |25~50 | 510 | 360 | 200 | 0.2 | 25~48 | 510 | 410
(K061 e, oy | PH102 | 250 [ 0.2 | 25~50 | 510 | 340 | 250 | 0.2 | 25~48 | 510 | 390
12°52HRC 300 | 0.2 |25~50 | 380 | 270 | 300 | 0.2 | 25~48 | 380 | 310

350 | 0.2 | 25~28 380 270 350 | 0.2 | 25~28 380 310

~150 | 0.2 | 25~50 380 190 | ~150 | 0.2 | 25~48 380 220

Hardened die 200 | 0.2 | 25~50 | 380 | 190 | 200 | 0.2 | 25~48 | 380 | 220
0 steel ooy | DH102 | 2507 0.2 2550 380 | 160 | 250 | 0.2 | 25~48 | 380 | 180
55-62HRC 300 | 0.2 | 25~50 | 320 | 130 | 300 | 0.2 | 25~48 | 320 | 150

350 | 0.2 | 25~28 320 130 350 | 0.2 | 25~28 320 150

~150 | 0.2 | 25~50 | 1,270 | 1,780 | ~150 | 0.2 | 25~48 | 1,270 | 2,030

Gery & Nodular 200 | 0.2 | 25~50 | 1,270 | 1,780 | 200 | 0.2 | 25~48 | 1270 | 2,030
Castiron DH102 | 250 | 0.2 | 25~50 | 1,270 | 1,560 | 250 | 0.2 | 25~48 | 1,270 | 1,780
below 300HB 300 | 0.2 |25~50 | 950 | 1,000 | 300 | 0.2 | 25~48 | 950 | 1,140

350 | 0.2 | 25~28 950 | 1,000 350 | 0.2 | 25~28 950 | 1,140

~150 | 0.2 | 25~50 | 1,150 | 1,210 | ~150 | 0.2 | 25~48 | 1,150 | 1,380

Stainless steel 200 | 0.2 | 25~50 | 1,150 | 1,210 200 | 0.2 | 25~48 | 1,150 | 1,380

(SUS304) JC8015 250 | 0.2 | 25~50 | 1,150 | 1,090 250 | 0.2 | 25~48 | 1,150 | 1,250

below 250HB (DH102) 300 | 0.2 | 25~50 | 830 | 700 | 300 | 0.2 | 25~48 | 830 | 800

350 | 0.2 | 25~28 830 700 350 | 0.2 | 25~28 830 800

~150 | 0.2 | 25~50 320 340 | ~150 | 0.2 | 25~48 320 390

200 | 0.2 | 25~50 320 340 200 | 0.2 | 25~48 320 390

Titanium allo
(TH6AAY) y DH102 250 0.2 25~50 320 300 250 0.2 25~48 320 340

300 | 0.2 | 25~50 190 160 300 | 0.2 | 25~48 190 180

350 | 0.2 | 25~28 190 160 350 | 0.2 | 25~28 190 180

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.
Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP Type (YPHW-15 insert ) - Bottom finishing o
Tool dia.(mm)
. > 63/66
Material g aN
L ap de Vit
(mm) (mm) (mm) (min™) | (mm/min)
~200 0.2 31~63 | 1,350 | 2,700
Carbon steel CX75 250 0.2 31~63 1,350 2,700
(50C,8550) | (pri7g9) | 300 | 0.2 [31~63 | 1,350 | 2,450
below 250HE 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
Tool & die steel CX75 250 0.2 31~63 | 1,210 2,420
koot sko1) | hooy | 300 [ 0.2 | 31~63 [ 1,210 | 2,190
below 255HB 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
Mold steel 250 0.2 31~63 | 1,110 | 1,750
(HPQ/(I)7'32)|(-|?§(F;20) DH102 300 0.2 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 31~63 | 1,000 960
(NAK80,HPM1,P21) | DH102 300 0.2 | 31~63 | 1,000 800
S 350 | 0.2 [31~63 | 750 | 590
400 0.2 31~35 750 590
~200 0.2 31~63 400 320
Hardseiggij die 250 0.2 31~63 400 320
(ko1 bAc, D) | DHT02 [ 300 | 0.2 [31~63 | 400 | 300
42-52HRC 350 0.2 31~63 300 250
400 0.2 31~35 300 250
~200 0.2 31~63 300 170
Hardetneij die 250 0.2 31~63 300 170
Stee DH102 300 0.2 31~63 300 140
el 350 | 0.2 | 31~63 | 250 | 120
400 0.2 31~35 250 120
~200 0.2 31~63 | 1,000 | 1,600
Gery & Nodular 250 0.2 31~63 | 1,000 | 1,600
Rt DH102 | 300 [ 0.2 [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 31~63 910 | 1,090
: 250 0.2 31~63 910 | 1,090
Stainlesssteel | ceors [ 300 T 0.2 | 31~63 | 910 | 990
below250H8 | (DH102) ™355 " 02 | 31~63 | 660 | 640
400 0.2 31~35 660 640
~200 0.2 31~63 250 300
o 250 0.2 31~63 250 300
Tianiumalloy | pu1o2 | 300 | 02 | 31~63 | 250 | 270
350 0.2 31~63 150 140
400 0.2 31~35 150 140
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. YPHW-F insert with lower feed is recommended for better surface finish in case chatter occurs.

Please scan QR code for cutting conditions of YPHW-F /-24 for bottom finishing.




Tooling by DIJET

(7]
—]
]
=
w QM MAX MQX/QXP Type
<
>
=
= M Recommended cutting conditions
@ MQX Type (YPHW100320ZER-24 ) - Contour milling
(5]
Tool dia.(mm)
16/17
>
Material © 2N
(&)
{ ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min)
~70 0.4 <7 4,400 2,200
Mold steel | JC8015
(NAKBO, HPMT1, P21) (DH102) 120 0.3 <7 4,400 2,200
38-43HRC 160 | 0.2 <7 | 4400 | 2200
Hardq[neld e Leauts ~70 0.25 <7 3,200 1,600
stee
(SKD61, DAC, DHA) | (DH102) 120 0.2 <7 3,200 1,600
42'52HRC 160 _ - - -
Hardg{neld die ~70 0.2 <6 2,000 800
stee
(SKD11, SLD,DC11) DH102 120 0.15 <6 2,000 800
55-62HRC 160 _ _ _ _
Tool dia.(mm)
© 20 20/21
Material | & 3N 4N
(&)
? ap de n Vf ? ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
~70 0.4 <9 3,500 2,600 ~70 0.4 <9 3,500 3,500
Mold steel [JC8015
(NAKB0, HPMT, P21)| (DH102) 120 0.3 <9 3,500 2,600 120 0.3 <9 3,500 3,500
38-43HRC 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
Hardg[nefi die JC8015
stee
(SKD61. DAC, DHA)| (DH102) 120 0.2 <9 2,550 1,900 120 0.2 <9 2,550 2,550
42-52HRC 190 _ _ _ _ 190 _ _ _ _
. ~70 0.2 <7 1,600 960 ~70 0.2 <7 1,600 1,280
Hardq[neij die
stee
(SKDT1, SLD, DC11) DH102 120 0.15 <7 1,600 960 120 0.15 <7 1,600 1,280
55-62HRC 190 _ _ _ _ 190 _ _ _ -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW100320ZER-24 ) - Contour milling

(5]
Tool dia.(mm)
o 25/26 25/26/28
Material ® 4N 5N
@ ? dp de n \ { ap de n Vit
(mm) (mm) (mm) (min”) (mm/min) (mm) (mm) (mm) (min’) (mm/min)
~90 | 04 <10 | 2,800 | 2,800 ~90 | 0.4 <10 | 2,800 | 3,500
sl e 140 | 03 | <10 | 2800 | 2800 | 140 | 03 | <10 | 2800 | 3500
38-43HRC 210 | 0.2 <10 | 2,800 | 2,800 210 | 0.2 <10 | 2,800 | 3,500
Hardened die ~90 | 025 | <10 | 2,040 | 2,040 ~90 | 025 | <10 | 2,040 | 2,550
< T, (Jnﬁog;) 140 | 02 | <10 | 2040 | 2040 | 140 | 02 | <10 | 2040 | 2,550
42-52HRC 210 _ _ _ _ 210 _ _ _ _
Hardened die ~90 | 0.2 <8 | 1270 | 1,020 ~90 | 0.2 <8 | 1270 | 1,360
(SKD11§T§L%!0011) DH102 | 140 0.15 <8 1,270 | 1,020 140 0.15 <8 1,270 | 1,360
55-62HRC 210 _ _ _ _ 210 _ _ _ _
Tool dia.(mm)
o 30/32/35 32/35
Material ® 5N 6N
@ ? ap de n \'; ? ap de n Vt
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)

~100 | 04 | <13 | 2200 | 2750 | ~100 | 04 | <13 | 2200 | 3300
pold steel | ﬁfgg 150 | 03 <13 | 2200 | 2750 | 150 | 0.3 <13 | 2200 | 3300
38-43HRC 210 | 0.2 <13 | 2200 | 2,750 210 | 0.2 <13 | 2200 | 3,300
~100 | 025 | <13 | 1,600 | 2000 | ~100 | 025 | <13 | 1,600 | 2,400

- (JDﬁOJZ‘r’) 150 | 02 | <13 | 1600 | 2000 | 150 | 02 | <13 | 1,600 | 2400
LR 210 | 015 | <13 | 1,600 | 2,000 210 | 015 | <13 | 1,600 | 2,400
Hardened die ~100 | 02 | <10 | 1,000 | 1,000 | ~100 | 02 | <10 | 1,000 | 1,200
steel " pwio2| 150 | 015 | <10 | 1,000 | 1,000 | 150 | 015 | <10 | 1,000 | 1,200

(SKD11, SLD, DC11)
95-62HRC 210 | 0.1 <10 1,000 | 1,000 210 | 0.1 <10 1,000 | 1,200

Hardened die

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

a
3
=
w ‘ QM MAX MQX/QXP Type \
<
&
S M Recommended cutting conditions
@ MQX Type (YPHW100320ZER-24 ) - Contour milling 6
Tool dia.(mm)
o 40/42 40
Material | & 6N 7N
© ? ap de n Vi ? dp de n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (minT) | (mm/min)

~100 | 0.4 <17 | 1,750 | 2620 | ~100 | 0.4 <17 | 1750 | 3,060
st | 180 | 03 | <17 | 1750 | 2620 | 150 | 03 | <17 | 1750 | 3060
38-43HRC 210 | 0.2 <17 | 1750 | 2620 | 210 | 0.2 <17 | 1750 | 3,060
~100 | 025 | <17 | 1,270 | 1900 | ~100 | 025 | <17 | 1270 | 2,220

A T, (JDCI_?%; 150 | 02 | <17 | 1270 | 1000 | 150 | 02 | <17 | 1270 | 2220
42:52HRC 210 | 015 | <17 | 1,270 | 1,900 210 | 015 | <17 | 1270 | 2,220
Hardened die ~100 | 0.2 <13 800 960 | ~100 | 0.2 <13 800 | 1,120
steel DH102 | 150 0.15 <13 800 960 150 0.15 <13 800 | 1,120

(SKD11, SLD,DC11)
55-62HRC 210 | 0.1 <13 800 960 210 | 0.1 <13 800 | 1,120

Hardened die

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ QXP Type (YPHW100320ZER-24 ) - Contour milling

(5,
Tool dia.(mm)
()
Material fS 6N 7 IN
e ? ap ae n Vi ? ap ae n Vi
(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
150 | 0.3 <17 | 1,750 | 2,620 150 | 0.3 <17 1,750 | 3,060
st | oo | 200 | 0.2 | <17 | 1,750 | 2620 | 200 | 02 | <17 | 1,750 | 3,060
38-43HRC 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
Hardened die TG 150 | 0.2 <17 | 1,270 | 1,900 150 | 0.2 <17 | 1,270 | 2,220
(SKD61S,tI$§é, pHA) | (DH102) 200 | 0.15 <17 | 1,270 | 1,900 200 | 0.15 <17 | 1,270 | 2,220
42-52HRC 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 150 | 0.15 <13 800 960 150 | 0.15 <13 800 | 1,120
(SKD11S,tSeL%!DC11) DH102 200 | 0.1 <13 800 960 200 | 0.1 <13 800 | 1,120
55-62HRC 250 - - - - 250 - - - -
300 - - - - 300 - - - -
Tool dia.(mm)
i L 50 50/52
Material © 7N 8N
e ¢ ap ae n Vs ¢ ap ae n vt
(mm) (mm) (mm) (min?) | (mm/min) [ (mm) (mm) (mm) (minT) | (mm/min)

~150 | 04 | <21 | 1,400 | 2,450 | ~150 | 0.4 | <21 | 1400 | 2,800

200 | 03 | <21 | 1,400 | 2450 | 200 | 0.3 | <21 | 1400 | 2,800

ooy | o) | 250 | 0.2 | <21 | 1400 | 2450 | 250 | 0.2 | <21 | 1400 | 2,800

3843HRC 300 | 015 | <21 | 1,400 | 2450 | 300 | 0.15 | <21 | 1,400 | 2,800
350 | - - - - | 30| - - - | -

~150 | 0.25 | <21 | 1,020 | 1,780 | ~150 | 0.25 | <21 | 1,020 | 2,040

i 200 | 0.2 <21 | 1,020 | 1,780 200 | 0.2 <21 | 1,020 | 2,040
Hardened die | jcgo1s
(SKDmst[()afé onn | (DH102) 250 | 0.15 | <21 | 1,020 | 1,780 250 | 0.15 | <21 | 1,020 | 2,040
42-52HRC ) 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
Hardg(nei:l die 200 | 015 | <17 640 900 200 | 015 | <17 640 | 1,030
stee
(sko17sib,oc11) | DH102 250 | 0.1 <17 640 900 250 | 0.1 <17 640 | 1,030
55-62HRC 300 - - - - 300 - - - -
350 | - - - - 350 | - - - -

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

a
]
" ‘ QM MAX MQX/QXP Type \
<
N}
2 M Recommended cutting conditions
@ QXP Type (YPHW100320ZER-24 ) - Contour milling 5}
Tool dia.(mm)
2 63/66
Material B 8N
© ap ae n vt
(mm) (mm) (mm) (min?) | (mm/min)

~150 | 0.4 <26 | 1,110 | 2,220
Mold steel LC8015 200 | 0.4 <26 | 1,110 | 2,220
(NAK80,HPM1,F’21) (DH102) 250 03 <26 1,110 2,220
38-43HRC 300 | 0.2 <26 | 1,110 | 2,220
350 | 0.15 | <26 | 1,110 | 2,220
~150 | 0.25 | <26 810 | 1,620
Hardeneﬂ die | ea01s 200 | 0.25 | <26 810 | 1,620
(SKoﬁftgfcl o) | (DH102) 250 | 0.2 <26 810 | 1,620
42-52HRC 300 | 0.15 <26 810 | 1,620
350 | 0.1 <26 810 | 1,620
~150 | 0.2 <21 500 800

HardeneF die 200 | 0.2 <21 500 800
s Sooc | DH102 [ 250 | 015 | <21 | 500 | 800
55-62HRC 300 | 0.1 <21 500 800
350 - - - -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MAX MQX/QXP Type

Il Recommended cutting conditions
@ MQX Type (YPHW-F1 CBN insert) - Side finishing

Tool dia.(mm)
_ g 16 /17 20
Material © 2N 3N
(d>) { ap de n Vi [] ap de n Vi
(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 JBN795 120 =1.0 <0.1 7,960 1,110 150 =<1.0 <0.1 6,370 1,340
(SKD61, DAC, DHA)
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 JBN795 120 =<0.8 <0.1 5,970 720 150 =038 <0.1 4,770 860
(SKD11, SLD, DC11)
55-62HRC 160 - - - - 190 - - = =
) ~80 <15 <0.1 14,900 4,020 ~100 <15 <0.1 11,900 4,820
Grey cast iron
FC JBN795 120 <1.0 <0.1 14,900 3,580 150 =1.0 <0.1 11,900 4,280
below 300HB
160 <07 <0.1 14,900 2,980 190 =0.7 <0.1 11,900 3,570
~80 <15 <0.1 13,900 3,750 ~100 <15 <0.1 11,100 4,500
Nodular cast
(IFFSS) JBN795 120 =1.0 <0.1 13,900 3,340 150 <1.0 <0.1 11,100 4,000
below 300HB 160 <07 <0.1 13,900 2,780 190 <07 <0.1 11,100 3,330
Tool dia.(mm)
>} 20/ 21
5 =]
Material © AN
o ? ap de n Vi
(mm) (mm) (mm) (min) (mm/min)
. ~100 <12 <0.1 7,160 2,290
Hardened die
steel JBN795 150 | <10 | <01 6,370 1,780
(SKD61, DAC, DHA)
42-52HRC 190 _ _ _ _
) ~100 =1.0 <0.1 6,370 2,040
Hardened die
steel JBN795 150 | =0.8 <0.1 4770 1,140
(SKD11, SLD, DC11)
55-62HRC 190 _ _ _ _
. ~100 <15 <0.1 11,900 6,430
Grey ((:zgt iron
F <
belon o | JBN795 150 <1.0 <0.1 11,900 5710
190 <07 <0.1 11,900 4,760
~1 =1. ) 11,100 6,000
Nodular cast 00 = S
iron <
(FCD) JBN795 150 <1.0 <0.1 11,100 5,330
below 300HB 190 | <07 | <01 | 11,700 | 4,440
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of YPHW-F1(CBN)insert for Vertical side finishing or bottom finishing.
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QM MAX MQX/QXP Type
M Recommended cutting conditions
@ MQX Type (YPHW-F1 CBN insert) - Side finishing 0
Tool dia.(mm)
) 25/26 25/26 /28
q =)
Material © AN 5N
o { ap de n Vi { ap de n Vi
(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 JBN795 190 =1.0 <0.1 5,090 1,430 190 =1.0 <0.1 5,090 1,780
(SKD61, DAC, DHA)
42-52HRC 235 - - - - 235 - - - -
. ~120 =1.0 <0.1 5,090 1,630 ~120 <1.0 <0.1 5,090 2,040
Hardened die
steel JBN795 190 =0.8 <0.1 3,820 920 190 =0.8 <0.1 3,820 1,150
(SKD11,SLD,DC11)
55-62HRC 235 - - - - 235 - - = =
. ~120 <15 <0.1 9,550 5,160 ~120 <15 <0.1 9,550 6,450
Grey cast iron
FC JBN795 190 =1.0 <0.1 9,550 4,580 190 =1.0 <0.1 9,550 5,730
below 300HB
235 <07 <0.1 9,550 3,820 235 <07 <0.1 9,550 4,780
~120 =15 <0.1 8,910 4,810 ~120 =15 <0.1 8,910 6,010
Nodular cast
('58,55 JBN795 190 <1.0 <0.1 8,910 4,280 190 <1.0 <0.1 8,910 5,350
below 300HB 235 <07 <0.1 8,910 3,560 235 <07 <0.1 8,910 4,460
Tool dia.(mm)
_ 3 30/32/35 32/35
Material © 5N 6N
o [] ap ae n Vi { ap ae n Vi
(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 JBN795 240 =1.0 <0.1 3,980 1,390 240 =1.0 <0.1 3,980 1,670
(SKD61, DAC, DHA)
42-52HRC 290 - _ _ _ 290 _ - _ -
_ ~160 <1.0 <0.1 3,980 1,590 ~160 <1.0 <0.1 3,980 1,910
Hardened die
steel JBN795 240 =0.8 <0.1 2,980 900 240 =0.8 <0.1 2,980 1,070
(SKD11,SLD,DC11)
55-62HRC 290 - - - - 290 _ _ - -
. ~160 <15 <0.1 7,460 5,040 ~160 <15 <0.1 7,460 6,040
Grey cast iron
FC JBN795 240 =1.0 <0.1 7,460 4,480 240 <1.0 <0.1 7,460 5,370
below 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
('ggg) JBN795 240 <1.0 <0.1 6,960 4,180 240 <1.0 <0.1 6,960 5,010
below 300HB 290 | =07 | <01 6,960 | 3,480 290 | <07 | <01 6,960 | 4,180

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of YPHW-F1(CBN)insert for Vertical side finishing or bottom finishing.
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(7¢]
—
=)
=
‘ QM MAX MQX/QXP Type \ w
(2]
<
>
=
Il Recommended cutting conditions =
@ MQX Type (YPHW-F1 CBN insert) - Side finishing 0o
Tool dia.(mm)
. g 40/ 42 40
Material © 6N N
(d>) { ap de n Vi [} ap de n Vi
(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
Hardenefi die
stee JBN795 240 <10 <0.1 3,180 1,340 240 <10 <0.1 3,180 1,560
(SKD61, DAC, DHA)
42-52HRC 290 _ _ ~ _ 290 _ _ _ ~
~160 <1.0 <0.1 3,180 1,530 ~160 <1.0 <0.1 3,180 1,780
Hardeneij die
stee JBN795 240 =0.8 <0.1 2,390 860 240 =0.8 <0.1 2,390 1,000
SKD11, SLD, DC11)
55-62HRC 290 _ _ _ _ 290 _ - _ _
~160 <15 <0.1 5,970 4,840 ~160 <15 <0.1 5,970 5,640
Grey ‘(3%" 0N | jen7o5| 240 | <10 | <01 | 5970 | 4,300 240 | =10 | <01 | 5970 | 5010
below 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
Nodular cast
(IngDn) JBN795 240 <1.0 <0.1 5,570 4,010 240 <1.0 <0.1 5,570 4,680
below 300HB 290 | <07 | <01 | 5570 | 3340 200 | <07 | <01 | 5570 | 3900
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of YPHW-F1(CBN)insert for Vertical side finishing or bottom finishing.
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QM MAX MQX/QXP Type
Il Recommended cutting conditions
@ QXP type (YPHW-F1 CBN insert) - Side finishing 0
Tool dia.(mm)
(<) 40
Material | & 6N 7N
O p ae n Vi p ae n Vi
(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
Hard%neij die 200 | =<1.0 <0.1 3,180 1,340 200 | =10 <0.1 3,180 1,560
siee JBN795 250 - - - - 250 - - - -
O™ 300 | - : : - 300 | - - - -
350 - - - - 350 - - -
) ~150 | =1.0 <0.1 3,180 1,530 ~150 <1.0 <0.1 3,180 1,780
SER T 200 | =08 | <01 | 2390 860 200 | =08 | <01 | 2390 | 1,000
(SKD11, SLD, DC11) JBN795 250 - - - - 250 - - -
55-62HRC 300 = = = = 300 = = = =
350 - - - - 350 - - - -
~150 | =15 <0.1 5,970 4,840 ~150 | =15 <0.1 5,970 5,640
G . 200 | =10 <0.1 5,970 4,300 200 <1.0 <0.1 5,970 5,010
"y Castiion | jenzos| 250 | <07 | <01 | 5970 | 3580 250 | <07 | <01 | 5970 | 4180
below 300HB 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 200 =1.0 <0.1 5,570 4,010 200 =1.0 <0.1 5,570 4,680
(lngg) JBN795 250 =0.7 <0.1 5,570 3,340 250 =0.7 <0.1 5,570 3,900
below 300HB 300 | <07 <0.1 5,570 3,340 300 <0.7 <0.1 5,570 3,900
350 - - - - 350 - - - -
Tool dia.(mm)
_ g 50 50/52
Material © 7N 8N
o p ae [ Vi | ap ae n Vi |
(mm) (mm) (mm) (min™) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~150 | =12 <0.1 2,860 1,600 ~150 <12 <0.1 2,860 1,830
Hardeineij die 200 =1.2 <0.1 2,860 1,600 200 =1.2 <0.1 2,860 1,830
siee JBN795 250 =1.0 <0.1 2,550 1,250 250 =1.0 <0.1 2,550 1,430
(SKDS, DAC, DHA) 300 | =10 | <01 | 2550 | 1250 300 | =10 | <01 | 2550 | 1430
350 - - - - 350 - - - -
] ~150 | =1.0 <0.1 2,550 1,430 ~150 | =1.0 <0.1 2,550 1,630
Hafdﬁggﬂ die 200 | =10 | <01 | 2550 | 1,430 200 | =10 | <01 | 2550 | 1630
SKD11, SLD, DC11)[ JBN795 250 =0.8 <0.1 1,910 800 250 =0.8 <0.1 1,910 920
55-62HRC 300 | =08 <0.1 1,910 800 300 | =08 <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 ron 200 | <15 <0.1 4,780 4,520 200 <15 <0.1 4,780 5,160
JBN795 250 | =1.0 <0.1 4,780 4,020 250 | =1.0 <0.1 4,780 4,590
below 300HB 300 | <10 <0.1 4,780 4,020 300 | =1.0 <0.1 4,780 4,590
350 | <07 <0.1 4,780 3,350 350 | =07 <0.1 4,780 3,820
~150 | =15 <0.1 4,460 4210 ~150 | =15 <0.1 4,460 4,820
NOdliJJgrf]CGST 200 | =15 | <01 | 4460 | 4210 200 | <15 | <0.1 | 4460 | 4820
(FCD) JBN795 250 | =<1.0 <0.1 4,460 3,750 250 | =1.0 <0.1 4,460 4,280
below 300HB 300 | =10 <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

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.
4. Use air blow.

5. Please scan QR code for cutting conditions of YPHW-F1(CBN)insert for Vertical side finishing or bottom finishing.
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2
(=]
=
‘ QM MAX MQX/QXP Type \ y
<
"
M Recommended cutting conditions 2
@ QXP type (YPHW-F1 CBN insert) - Side finishing 0
Tool dia.(mm)
@ 63/66
Material | & 8N
© () o e o) | (o)
~200 | =12 [ <0. 2,270 | 1,450
Hardsetggld die 250 =12 <0.1 2,270 1,450
JBN795 300 =1.0 <0.1 2,020 1,130
(SKDS, DAC, DHA) 350 | =10 | <01 | 2020 | 1,130
400 - - - -
~200 | =10 [ <0. 2,020 | 1,290
Hardened die 250 =1.0 <0.1 2,020 1,290
steel JBN795 300 | =08 | <0.1 1,520 730
(SKD11. SLD, DC11) 350 | =08 | <0. | 1520 | 730
400 - - - -
~200 | =15 [ <0. 3,790 | 4,090
S ‘i 250 | =15 | <0.1 3,790 | 4,090
reycastiion | jenzos | 300 | <10 | <01 | 3790 | 3,640
below 300HB 350 =1.0 <0.1 3,790 3,640
400 | =07 | <0.1 3,790 | 3,030
~200 | =15 [ <01 3540 | 3,820
Nodular cast 250 =1.5 <0.1 3,540 3,820
('Egg) JBN795 300 =1.0 <0.1 3,540 3,400
below 300HB 350 =1.0 <0.1 3,540 3,400
400 [ <07 | <01 3540 | 2,830
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of YPHW-F1(CBN)insert for Vertical side finishing or bottom finishing.




(7]
-l
o
(=]
-
V)
—
[=-]
<<
>
Ll
(=]
—

Tooling by DIJET

omww  MPWPMET

® Unique 3D geometry insert provides stable cutting and less )
power consumption. G B@dy
L UL AY @ BT30 Capable of running on low horse power & compact machines.

Low cutting

Multi - flutes
specification

High speed and high efficient machining.

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

TG RGN E G High feed machining with Multi-flutes specification

| - guneurnn

I UGOUUL

Possible to use even
932mm aueHie h=oT) for finishing applications

8 flutes

Insert Line-Up

A variety of inserts all fit into the same body.

High feed insert High feed insert for unfavorable conditions

EOMWO060210ZER

For high hardened steel "Mirror Insert”
for finishing side & bottom face

Z0MT0602...ZER-PL (R0.2,0.4,0.8) EOHWO0602...ZTR(R1.0, 2.0) YOHW0602...ZER-12
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Il Endmill Shank Type 40 (&) (@
V. Y

LMoy

Face Milling Shoulder Milling Slotting Copy Milling Pocket Milling JHelical Interpolatior

(7]
-
(=]
(=]
-
[*7]
—
o
<
>
Ll
[=)
—

Il PME type (Through coolant hole)

@ High feed

9Ds

RE1.0~RE2.0

REO0.2~RE0.8 L

Il PME-LS type (No coolant hole)

@ High feed

)

= e
RE1.0~RE2.0 22

PDc
|
|
|
T
|
|
|
|
|
D:s

RE0.2~RE0.8 £2

2 Dimensions (mm)
Type Cat.No. IS £ Inserts
7] ; ¢Dc 22 L ¢D1 ¢Ds
PME2010S10 [ ] 2 10 9.3 10
Standard PME3012512 ® 3 12 20 80 | 103 12 T
PME3014512 ° 14 1.2 oot
Long PME2011S10-LS [ ) 2 11 33 12.2 10 YOHW0602+*ZER-12
shank PME3013S12-LS ® 3 13 39 120 1315 1
PME3014S12-LS ® 14 42 )
Screw Torque(N.m) Wrench
DSW-1840H 0.4 A-06
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Il Modular Head Type GBoayl (478 /. (70 (8 =
)
TUREAE ET il Face Milling Shoulder Milling Slotting Copy Milling Pocket Milling JAHelical \nterpo\£

(7]
-l
o
(=]
-
V)
—
o
<g
>
Ll
=)
—

@ High feed
MD
T
)
. e
N
MD
)
A
£ Dimensions (mm)
Cat.No. s | 2 Insert
aLe A |5 | ge| Lf |o0b|MD| C | W foers
MPM-2010-M6 o [ [ [ 95 ms
MPM-2011-Mé6 ° 1 o7 | Ms | .|
MPM-3012-M6 ° 12 [ 2l me | ™
MPM-3013-M6 o | 3 [ 13 115 | M6
MPM-3015-M8 ° 15 14 | M8
MPM-4016-M8 o 16 23 M8 8 19 EQ**0602**Z*R:
MPM-4017-M8 [ 4 17 15 M8 Z0MTO0602**ZER,;
MPM-4018-M8 () 18 M8 YOHWO0602**ZER-12
MPM-5020-M10 [ ) 20 M10
MPM-5021-M10 o | > [ || P wmel P M
MPM-6025-M12 [ ) 6 25 35 23.6 | M12 10 17
MPM-7030-M16 [ ) 7 30 M16
MPM-8032-M16 o | s | a2 | B | P [wme| |2
Screw Torque(N.m) Wrench

DSW-1840H 0.4 A-06
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Type w

2]

<

><

a

M Insert =
High feed insert For high hardened steel

e o
. Q R T/\,AN RE - /\'AN

Shoulder insert

High feed insert for unfavorable conditions

@
e -

—

-

N .

W T "Mirror Insert" for finishing
—an side & bottom face
i

) PVD Coating Dimensions (mm)
T Cat.No. Sla e g (3|2 |82
yPe e sl2|c (2 8|8 2 |=|RE|L|[w|s|m
- HEEIEEEE
High feed insert EOMT060210ZER e o |0 L I I
EOMT060220ZER M N ) o o 2
High feed insert for unfavorable conditions | EOMWO060210ZER [ (N 1 6.5 2.5
. EOHWO060210ZTR o o
For high hardened steel
origh hardenea stee EOHW060220ZTR | o>
Z0OMT060202ZER-PL ® | ® 02
shoulder insert ZOMT060204ZER-PL | M ® | ® | 04662 49 2.7 13°
Z0OMT060208ZER-PL ® | ® 038 '
[ ]
YOHWO060203ZER-12 ° 0.3
"Mirror Insert" for finishing side & L
bottom face YOHWO060205ZER-12 | H ° 0.5 6.5 2.6
[
YOHWO060208ZER-12 ° 0.8
GRADE MARKINGS
JC8118/DS118 JC8050/JC7560/DS150
Bl MAGNETIZER
@ Magnetizing and demagnetizing a wrench can easily be done Cat.No. Stock
by inserting the tip into the magnetizer and rubbing lightly.
@® Do not use in the vicinity of the equipment that can MAGNETISER o

be influenced with magnetism.
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QM MILL MPM/PME Type
M Insert selection guide
Carbon steel Tool & die steel
Material (S50C, S55C) # (SKD61, SKD11)
below 250HB below 255HB
Cat.No. Grade | Jc8118|JC8050|JC7560| DH102 | DS118 | DS150 |JC8118|JC8050|JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER PAe PAe PAe e Yo Yo
EOMWO060210ZER O O O O O @)
EOHWO0602*0ZTR
Mold steel Mold steel
Material (HPM7, PX5, KPM30) (NAK80, HPM1)
30-36HRC 38-43HRC
Cat.No. Grade | Jc8118|JC8050|JC7560| DH102 | DS118 | DS150 |JC8118|JC8050|JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER PAe PAe PAe pie pie
EOMWO060210ZER O O © ©) O
EOHW0602*0ZTR
Hardened die steel Hardened die steel
Material (SKD61, DAC, DHA) (SKD11, SLD, DC11)
42-52HRC 55-62HRC
Cat.No. Grade | )cg8118(JC8050|JC7560 DH102 | DS118 | DS150 |JC8118| JC8050/ JC7560| DH102 | DS118 | DS150
EOMTO0602*0ZER pie X X
EOMWO060210ZER O o O
EOHW0602*0ZTR O o O
Cast iron Stainless steel
Material (FC, FCD) (SUS304)
below 300HB below 250HB
Cat.No. Grade | Jc8118|JC8050|JC7560| DH102 | DS118 | DS150 |JC8118|JC8050(JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER O @) O
EOMWO060210ZER | © o [ )
EOHW0602*0ZTR
_ Titanium alloy Heat resistant alloy
Material (Ti-6Al-4V) (INCO718)
Cat.No. Grade | jc8118|JC8050/ JC7560| DH102 | DS118 | DS150 |JC8118|JC8050(JC7560| DH102 | DS118 | DS150
EOMT0602*0ZER O O O O O O O O O O
EOMWO060210ZER o o
EOHW0602*0ZTR

©': First choice

O For general milling

@ : For unstable milling

Yc . For light cutting force

X!

Not recommended
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QM MILL MPM/PME Type w
<
&
B Definition of corner shape for programming 2
(mm)
Corner radius
M Overcut for progI;amming Over cut | Remains
/ R1.0 (Std.) 0 0.17
Corner radius for programming R %/ R1.5 0.09 0.08
» a. R2.0 0.30 0
Remains ‘ - -~ ="
\
/ W=1.7
B Recommended Data for Profile Milling
@ Ramping @ Helical interpolation
T%T o @ Calculation of tool pass dia.
/ @dc = @Dh - ¢Dc
{ ~ Tool pass dia. Boredia. g Dia.
] | 8 I/ + \
T ﬂ < NP @ Depth of cut per one circuit should not exceed
\ max. depth of cut Ap
T I~ @ Down cutting is recommended, tool pass
dc rotation should be counterclockwise
@ In case of ramping and helical interpolation, apply 70% or less feed (Vf) from standard cutting condition table
@ In case of drilling, apply 50% or less Z axis feed (F) from standard cutting condition table
@ Long consecutive chips may result in case of drilling, confirm safe operating conditions
Ramping Helical interpolation
Tool di Effective | Max.depth )
Cat.No. ooldia.| o tting dia.| of cut: ap | Max- Max. depth of cut (ap) Min. Max.
(mm) (mm) (mm) ramping | Total cutting length | Bore dia. | Bore dia.
angle 6 L(mm) (mm) (mm)
MPM-2010-M6 10 6.6 0.3 2°18' 7.5 15 18
MPM-2011-M6 11 7.6 0.3 1°54' 9 17 20
MPM-3012-M6 12 8.5 0.3 1°36' 10.7 19 22
MPM-3013-M6 13 9.5 0.3 1°24' 12.3 21 24
MPM-3015-M8 15 11.5 0.4 1°12' 19.1 25 28
MPM-4016-M8 16 12.5 0.4 1° 22.9 27 30
MPM-4017-M8 17 13.5 0.4 0°54' 25.5 29 32
MPM-4018-M8 18 14.5 0.4 0°51' 27.0 31 34
MPM-5020-M10 20 16.5 0.4 0°45' 30.6 35 38
MPM-5021-M10 21 17.5 0.4 0°42' 32.7 37 40
MPM-6025-M12 25 21.5 0.4 0°30' 45.8 45 48
MPM-7030-M16 30 26.5 0.4 0°27' 50.9 55 58
MPM-8032-M16 32 28.5 0.4 0°24' 57.3 59 62
PME2010S10 10 6.6 0.3 2°18' 7.5 15 18
PME2011S10-LS 11 7.6 0.3 1°54' 9 17 20
PME3012S12 12 8.5 0.3 1°36' 10.7 19 22
PME3013S12-LS 13 9.5 0.3 1°24' 12.3 21 24
PME3014S12(-LS)| 14 10.5 0.3 1°18' 13.2 23 26
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QM MILL MPM Type
ecommended cutting conditions
HR ded cutt dit
@ MPM type (EOMT/W insert) PN
Tool dia.(mm)
o 10/11 12/13/14/15 16/17/18
Material § 2N 3N AN
? dp | de n \ ? dp | de n Vi ] dp | de n Vi
(mm) | (mm) [(mm)| (minT) | (mm/min) | (mm) | (mm) |(mm)| (min™) | (mm/min) [ (mm) [ (mm) |(mm)| (min?) | (mm/min)
Carbon stee| | JC7560 | 5003 | ~6 | 3820 | 4580 | 60 0.3 | ~8 3,180 5720 70 0.4 |~12| 2390 | 8,600
(8506, 550) (JC8050) | 75|0.25| ~6 | 3,440 | 3,720 | 80 0.25| ~8 | 2,860 | 4,630 [120 |0.3 |~12| 2,150 | 6,970
elow (JC8118) [ 100 0.2 | ~5 | 3,060 | 2,040 | 110 [0.2 | ~7 | 2,540 | 3,660 [ 160 |0.25|~12] 1,910 | 5,500
Tool & die steel | JC7560 50|03 | ~6 | 3,500 | 4,200 | 60|03 | ~8|20920|5260| 70 |0.4 |~12| 2,790 | 7,880
(SKD61,SKD11) | (JCB050) | 75(0.2 | ~6 | 3,150 | 3,400 | 80 /0.2 | ~8 | 2,630 | 4,260 [ 120 |0.3 |~12| 1,970 | 6,380
below255H8 1 (JC8118) | 100 0.15| ~5 | 2,800 | 2,690 | 110 [0.15] ~7 | 2,340 | 3,370 [ 160 | 0.25 | ~12] 1,750 | 4,900
Mold steel | JC8118 | 50|03 | ~6 | 3,500 | 4,200 | 60|03 | ~8 | 2,920 | 5260 | 70 0.4 |~12| 2,190 | 7,880
(HPM?, PXS, P20) (JC7560) | 75|0.25| ~6 | 3,150 | 3,400 | 80 0.25| ~8 | 2,630 | 4,260 [ 120 |0.3 |~12| 1,970 | 6,380
(JC8050) [ 100{0.2 | ~5 | 2,800 | 2,690 [ 110 [0.2 | ~7 | 2,340 | 3,370 | 160 | 0.25|~12| 1,750 | 4,900
50(0.3 | ~6| 2860 | 3,150 | 60/0.3 | ~8 | 2,390 | 3,940 | 70 (0.3 |~12| 1,790 | 5010
Mold steel JC8118
(NAKED, HM1,P21) | jegne) 7510.25| ~6 | 2,570 | 2,540 | 800.25| ~8 | 2,150 | 3,190 [ 120 |0.25| ~12| 1,610 | 4,060
38-43HRC 100]02 | ~5 | 2290 | 2,010 [110 0.2 | ~7 | 1,010 2,520 [ 160 [0.2 | ~12] 1,430 | 3200
Hardened die | jca11g 50|0.25| ~6 | 2,230 | 2,230 | 60 |0.25| ~8 | 1,860 | 2,790 | 70 [0.3 |~12| 1,390 | 3,340
steel - ~ ~
(sK061. 5z, oHA) | (JCB050) 75/0.15| ~6 | 2,010 | 1,810 | 80|0.15| ~8 | 1,670 | 2,250 [ 120 | 0.2 |~12| 1,250 | 2,700
42-52HRC 100 - | - | - - 10| - | - | - - |160| - | - | - -
Hardetnelddie Jcg118 | 50(0.1 | ~6| 950| 470| 60(0.1 | ~8| 800| 600| 70|0.15/~12| 600| 600
Slee _ _ _ _ _ _ _ _ ~
kot soocrr) | EOMW | 75 80 120 |0.1 |~12| 540| 490
55-62HRC Type |100 - | - | - - |1o| - | -] - - |160| - | - | - -
Gery & Nodular | o110 50(0.3 | ~6| 4780 | 5740 | 60|0.3 | ~8 | 3,980 7,160 | 70 [0.4 |~12| 2,980 | 10,730
Gt (JC7560) |75 0:25| ~6 | 4300 | 4640 | 80 025 ~8 | 3,580 5800|120 0.35| ~12| 2680 | 8680
below 300HB 100/0.2 | ~6 | 3,820 | 3,670 | 1100.2 | ~8 | 3,180 | 4,580 [ 160 |0.3 | ~12| 2,380 | 6,850
. 50|03 | ~6 | 3,820 | 4,580 | 60|03 | ~8 3,80 |5720| 70 |0.4 |~12| 2,390 | 8,600
Stainless steel | JC8050
(SUS304) 75102 | ~6 | 3,440 | 3,720 | 80|0.2 | ~8 | 2,860 | 4,630 [ 120 [0.3 |~12| 2,150 | 6,880
below 25008 | (JC7560)
100|0.15| ~5 | 3,060 | 2,940 | 110 |0.15| ~7 | 2,540 | 3,660 | 160 |0.25 | ~12| 1,910 | 5,350
J[§3$71556§ 50/0.3 | ~6|1,910|1,910| 60|03 | ~8 | 1,590 | 2,380 70|0.3 |~12| 1,190 | 2,380
Titanium alloy | (;cg118) [ 7502 | ~6 | 1,720 | 1,550 | 80 |0.2 | ~8 | 1430 | 1,030 | 120 |0.25|~12| 1,070 | 1,930
(Ti-6Al-4V) (DS118) L , ; L |~ ; ) racl ad , ,
(JC8050) | 100{0.15| ~5 | 1,530 | 1,220 [ 110 |0.15| ~7 | 1,270 | 1,520 [ 160 | 0.2 |~12| 950 | 1,520
. Jce118 | 50103 |~6| 950| 760| 60/0.3 | ~8| 800| 960| 70|03 |~12| 600 | 960
Heat resistant DS118
allo (55357155?00)) 75102 | ~6| 850| 760| 8002 | ~8| 720| 780[120|0.25|~12| 540 | 780
(INCO718) | C8050) | 100|0.15| ~5| 760| 610|110|0.15| ~7 | 640 | 610|160 0.2 |~12| 480 | 610
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MILL MPM Type

Il Recommended cutting conditions
@ MPM type (EOMT/W insert)

(1)
Tool dia.(mm)
© 20/21 25
Material § 5N 6N
? dp de n Vi { ap de n Vit
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
Carbon steel | JC7560 70 0.4 ~14 | 1910 | 8,600 90 0.4 ~18 | 1,530 | 8,260
és'lsoc,zsssoiog (JC8050) | 120 0.3 ~14 | 1,720 | 6,970 [ 140 0.3 ~18 1,380 | 6,710
elow (JC8118)[ 190 | 025 | ~14 | 1530 | 5510 210 | 025 | ~18 | 1220 | 5270
70 0.4 ~14 | 1,750 | 7,880 90 0.4 ~18 | 1,400 | 7,560
Tool & die steel JC7560
(SKD61,SKD11) | (JC8050) | 120 0.3 ~14 | 1,580 | 6,400 | 140 0.3 ~18 | 1,260 | 6,120
below255HB 1 (JC8118) | 190 | 025 | ~14 | 1400 | 5040 | 210 | 025 | ~18 | 1120 | 4840
Mold steel | JC8118 70 0.4 ~14 | 1,750 | 7,880 90 0.4 ~18 | 1,400 | 7,560
(HP%7{;2)|(.|5§€20) (JC7560) | 120 0.3 ~14 | 1,580 | 6,400 | 140 0.3 ~18 | 1,260 | 6,120
(JC8050) [ 190 0.25 ~14 | 1,400 | 5040 | 210 0.25 ~18 | 1,120 | 4,840
7 . ~14 | 14 9 . ~1 1,1 4
ierd | e 0 0.3 430 | 5,000 0 0.3 8 150 830
(NAK80, HPM1, P21) (JC8050) 120 0.25 ~14 | 1,290 | 4,060 | 140 0.25 ~18 | 1,040 | 3,930
38-43HRC 190 | 02 ~14 | 1140 | 3190 | 210 | 02 ~18 920 | 3,090
Hardened die | jog118 70 0.3 ~14 | 1,110 | 3,330 90 0.3 ~18 890 | 3,200
stee ~ ~
(SKD221 'SIJZIA:I%CDHA) (JC8050) 1 52 0.2 14 1,000 2,700 ;13 0.2 18 800 2,590
Hardetnefl die | Jcs118 70 0.15 ~14 480 600 90 0.15 ~18 380 570
Slee
(k011 1p,oc11) | EOMW 120 0.1 ~14 430 480 | 140 0.1 ~18 340 460
55-62HRC Type 190 - - - - 210 — _ _ _
Gery & Nodular | o0 70 0.4 ~14 | 2,390 | 10,750 90 0.4 ~18 | 1,910 | 10,310
Rt (Jo7560) | 120 | 035 | ~14 | 2150 | 8710 | 140 | 035 | ~18 | 1720 | 8360
below 300HB 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
(SUS304) 120 0.3 ~14 | 1,720 | 6,970 | 140 0.3 ~18 | 1,380 | 6,710
below250H8 | (JC7560)
190 0.25 ~14 | 1,530 | 5510 | 210 0.25 ~18 | 1,220 | 5270
JC7560 70 0.3 ~14 950 | 2,380 90 0.3 ~18 760 | 2,280
Titanium alloy |, DS150
(TH6AL4Y) ((J|§288111188)) 120 0.25 ~14 860 | 1,940 | 140 0.25 ~18 680 | 1,840
(JC8050) | 190 0.2 ~14 760 | 1,520 | 210 0.2 ~18 610 | 1,460
. JCs118 70 0.3 ~14 480 960 90 0.3 ~18 380 910
Heat resistant DS118
allo (JC7560) | 120 0.25 ~14 430 860 | 140 0.25 ~18 340 730
(INCO718) (DS150)
(Jcgos0) | 190 0.2 ~14 380 610 | 210 0.2 ~18 300 580

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MILL MPM Type
Il Recommended cutting conditions
@ MPM type (EOMT/W insert) PN
Tool dia.(mm)
@ 30 32
Material g 7N 8N
? ap de n \ { dp de n \'i
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
Carbon steel JC7560 100 0.4 ~22 1,270 8,000 100 0.4 ~24 1,190 8,570
£S|SOC,285%5|_(|3% (JC8050) | 150 0.3 ~22 | 1,140 | 6,460 | 150 0.3 ~24 | 1070 | 6,930
elow (JC8118)[ 210 | 025 | ~22 | 1020 | 5140 | 210 | 025 | ~24 950 | 5470
Tool & die steel | JC7560 100 0.4 ~22 | 1170 | 7370 | 100 0.4 ~24 | 1,090 | 7,850
(SkD61,SKkD11) | (JC8050) [ 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350
below255HB | (JCB118) | 210 | 025 | ~22 940 | 5330 | 210 | 025 | ~24 870 | 5010
Mold steel | JC8118 | 100 0.4 ~22 | 1170 | 7370 | 100 0.4 ~24 | 1,090 | 7,850
(HP%@%% gzo) (JC7560) | 150 0.3 ~22 | 1,050 | 5950 | 150 0.3 ~24 980 | 6,350
(JC8050) | 210 0.25 ~22 940 | 5330 | 210 0.25 ~24 870 | 5,010
Moldsteel | Jca118 100 0.3 =) 950 | 4,660 | 100 0.3 ~24 900 | 5,040
(NAKED, PN, P2T) | gy 150 0.25 ~22 860 | 3,790 | 150 0.25 ~24 810 | 4,080
3843HRC 210 | 02 ~22 760 | 2980 | 210 | 02 ~24 720 | 3.220
Hardened die | g1 100 0.3 ~22 740 | 3,110 | 100 0.3 ~24 700 | 3,360
(smaftoefé or) | (JC8050) 150 0.2 ~22 670 | 2,530 | 150 0.2 ~24 600 | 2,590
42°52HRC 210 | 015 | ~22 500 | 1,980 | 210 | 0.15 | ~24 500 | 1,920
Hardetneld die | Jcg118 | 100 0.15 e 320 560 | 100 0.15 ] 300 600
Slee
K011 S, ncr) | EOMW | 150 0.1 0 290 460 | 150 0.1 Y] 270 490
55-62HRC Type 210 - - - - 210 _ _ _ _
Gery & Nodular | o0 100 0.4 ~22 | 1,590 | 10,000 | 100 0.4 ~24 | 1,490 | 10,730
AR uc7s60) | 190 | 085 | ~22 | 1430 | 8110] 150 | 035 | ~24 | 1340 | 8680
below 300HB 210 0.3 ~22 1,270 6,400 | 210 0.3 ~24 1,190 6,850
Stainless steel | JCB050 100 0.4 ~22 | 1270 | 8,000 | 100 0.4 ~24 | 1,190 | 8,570
(SUS304) (JC7560) 150 0.3 ~22 | 1,140 | 6460 | 150 0.3 ~24 | 1,070 | 6,930
below 2508 210 | 025 | ~22 | 1020 | 5140 | 210 | 025 | ~24 950 | 5470
JC7560 | 100 0.3 ~22 640 | 2,240 | 100 0.3 ~24 600 | 2,400
Titanium alloy | D150
CTH6ALAY) ((JDCSS111188)) 150 0.25 ~22 580 | 1,830 | 150 0.25 ~24 540 | 1,940
(JC8050) | 210 0.2 ~22 510 | 1,430 | 210 0.2 ~24 480 | 1,540
. Jcs118 | 100 0.3 ~22 320 900 | 100 0.3 ~24 300 960
Heat resistant DS118
allo (JC7560) | 150 0.25 ) 290 730 | 150 0.25 ~24 270 780
(INCO718) (DS150)
cso50) | 210 0.2 ~22 260 580 | 210 0.2 V] 240 610

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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‘ gM MILL MPM Tme \ L
<
><
: - =
Il Recommended cutting conditions =
@ MPM type (EOMT/W insert)
(2
Tool dia.(mm)
o 10/11 12/13/14/15 16/17/18
. o
Material < 2N 3N AN
(&)
{ dp | de n Vi ? dp | de n Vi 9 dp | de n Vi
(mm) | (mm) |(mm)| (min?) | (mm/min) [ (mm) | (mm) [(mm)| (min?) | (mm/min) | (mm) | (mm) [(mm)| (min?) | (mm/min)
Hardeineijdie 40 (0.20| ~6 | 2,860 | 2,860 | 50 |0.20| ~7 | 2,390 | 3,590 | 650.25|~12| 1,790 | 4,300
stee
(SKD61, DAC, DHA) JC8118 | 60 |0.15| ~6 | 2,570 | 2,060 | 70 |0.15| ~7 | 2,150 | 2,580 | 95|0.20|~12| 1,610 | 3,090
42-52HRC 80 (0.10| ~6 | 2,290 | 1,370 | 95 |0.10| ~7 | 1,910 | 1,720 [ 125|0.10 | ~12| 1,430 | 2,060
Hardened die 40 |0.15| ~6 | 2,550 | 1,530 | 50 [0.15| ~7 | 2,120 | 1,900 | 65|0.15|~12| 1,590 | 1,900
(SKD11S,tSeI‘_eD|,DC11) DH102 | 60 |0.10| ~6 | 2,300 | 1,240 [ 70 |0.10| ~7 | 1,910 | 1,550 [ 95|0.10|~12| 1,430 | 1,520
55-62HRC 80 _ _ _ _ 95 _ _ — - 125 | - - - _
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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w ‘ QM MILL MPM Type \
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= Il Recommended cutting conditions
@ MPM type (EOMT/W insert)
(2
Tool dia.(mm)
o 20/21 25
Material kS
S 5N 6N
? ap de n Vi ? ap de n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min?) | (mm/min)
Hardg[nelddie 80 | 025 | ~14 | 1,430 | 4290 | 100 | 025 | ~18 | 1,150 | 4,140
stee
(K061, AC, DHa) | JCBT18 | 120 | 02 | ~14 | 1,290 | 300 | 150 | 02 | ~18 | 1,040 | 3,000
42-52HRC 160 0.10 ~14 1,140 2,050 200 0.10 ~18 920 1,990
Hardened die 80 0.15 ~14 1,270 1,900 100 0.15 ~18 1,020 1,840
(SKDHS,tSeL%',DCH) DH102 | 120 | 0.1 ~14 | 1,740 | 1,540 | 150 | 0.1 ~18 920 | 1,490
55-62HRC 160 _ _ _ _ 200 - - - -
Tool dia.(mm)
P 30 32
Material © 7N 8N
(]
? ap de n Vi ? ap de n Vi
(mm) (mm) (mm) (min™) | (mm/min) [ (mm) (mm) (mm) (min™) | (mm/min)
Hardeneddie 120 | 025 | ~22 | 950 | 3990 | 120 | 025 | ~24 900 | 4,320
stee
(SKD61, DAC, DHA) JC8118 180 0.20 ~22 860 2,890 180 0.20 ~24 810 3,110
42-52HRC 240 0.10 ~22 760 1,920 240 0.10 ~24 720 2,070
Hardene?die 120 | 015 | ~22 850 | 1,780 | 120 | 0.15 | ~24 800 | 1,920
stee
k011 sip,ocir) | DH102 | 180 | 010 | ~22 | 760 | 1430 | 180 | 0.10 | ~24 720 | 1,560
55-62HRC 240 - - - - 240 - - - -
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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QM MILL MPM Type
Il Recommended cutting conditions
@ MPM type (ZOMT insert)
(3)
= Tool dia.(mm)
(¢D)
_ § < 10/11 12/13/15 16/17/18
Material 5 8 N aN AN
_LC) ? dp | dpxde n Vi ? ap | dpxde n Vi ? ap | dpxde n Vi
(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| ~8.0 |4,240(1,020| 70 |~5.0/~10.0|3,180 1,020
Carbon steel JC8050
S0s5s0 | PL |(catig)| 75| ~1-2| ~18 | 4580 640 80 |~1.7| ~2.6 |3,820| 800|120 |~2.0| ~3.0/2,860| 800
below 250HB 100 |~0.5| ~0.8 |4070| 490 | 110 [~0.6] ~1.2[3400] 610|160 [~0.7] ~1.3]2,550] 610
50 |~4.0| ~6.0 |4770| 570 | 60 |~4.0| ~8.0 |3,980| 720| 70 |~5.0/~10.0/2,980| 720
T‘(’S"K'?%1fj's‘f<§}$)e' PL dgg‘ﬁg) 75 |~1.2| ~1.8 4,300 430 | 80|~1.7| ~2.6|3,580| 540|120 [~2.0| ~3.0(/2,690| 540
below 255HB 100 |~0.5| ~0.8 | 3.820| 310 | 110 |~0.6| ~1.2 |3.180| 380|160 |~0.7| ~1.3/2,390| 380
50 |~4.0| ~6.0 | 4770| 480 | 60 |~4.0/ ~8.0 |3,980| 600 70 |~5.0/~10.0/2,980| 600
Mold steel | pL |YC8118| 75(.1.2] ~1.8|4300| 340 | 80|~1.7| ~2.6 |3,580| 430]120|~2.0| ~3.0/2,690| 430
(HPM7, PX5, P20) (Jc8050)
30-36 HRC 100 [~0.5| ~0.8 | 3,820| 230 | 110 |~0.6| ~1.2 [3,180| 290|160 |~0.7| ~1.3/2,390| 290
Vold stee 50 |~3.0| ~4.0 | 3,820| 380 | 60|~3.0| ~4.5 /3,180 480| 70 |~4.0] ~6.0/2,390| 480
old stee
NAK8O, HPMT P21) PL dﬁﬁélf 75| ~1.2| ~1.6 |3.440] 280 | 80[~1.3] ~1.8 (2,860 340|120 |~1.7] ~2.2/2,150] 340
38-43HRC 0)
100 [~0.5| ~0.8 | 3,060| 180 [ 110 |~0.6| ~1.0 |2,550| 230|160 [~0.6| ~1.1/1,910| 230
Hardeine? die 50 |~2.5| ~3.0 |3,180| 320 | 60 |~2.5| ~3.5 /2,650 400| 70 |~3.5 ~5.5/1,990| 400
sSlee ~ ~ ~ ~ ~ ~
ko6t o | L [C8118| 75 |~1.0] ~1.42860| 230 | 80 |~1.0| ~1.5 2,390 290 120 | ~1.4] ~2.0(1,790] 290
42-52HRC 100 | ~0.5| ~0.6 | 2,550| 150 | 110 |~0.5| ~0.8 [2,120| 190|160 |~0.5| ~1.0|1,590| 190
Gery & Nodular 50 |~4.0| ~6.0 |4770| 760 | 60 |~4.0| ~8.0 |3,980| 960 70 |~5.0/~10.0/2,980| 950
iggtF'ég)n PL [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
below 300HB 100 | ~0.5| ~0.8 | 3,820| 460 | 110 |~0.6| ~1.2 |3,180| 570|160 |~0.7| ~1.3|2,390| 570
, 50 |~4.0| ~6.0 | 4770| 570 | 60 |~4.0| ~8.0 |3,980| 720| 70 |~5.0/~10.0/2,980| 720
Stainless steel
b(lsusggglle PL |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
elow
100 [~0.5| ~0.8 | 3,820| 310 | 110 |~0.6| ~1.2 |3,180| 380|160 |~0.7| ~1.3/2,390| 380
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of ZOMT insert for side finishing or bottom finishing.
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w QM MILL MPM Type
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&5
S B Recommended cutting conditions
@ MPM type (ZOMT insert)
(3,
_ Tool dia.(mm)
(<3]
_ § < 20/21 25
Material 'E— g 5N 6N
S ¢ ap | apae n v 0 ap | apae n Vi
(mm) (mm) (mm?) (min™) | (mm/min) | (mm) (mm) (mm?) (minT) | (mm/min)

70 ~5.0 ~16.0 | 2,550 | 1,020 90 ~5.0 ~20.0 | 2,040 980

Carbonsteel | o JC80S0( o0 | .40 | ~8.0| 2290 | 800 | 140 | ~4.0 | ~10.0]| 1,830 | 770

(850C, $55C) (JCs118)
below 250H8 190 | ~3.0 ~4.0 | 2040 | 610 | 210 | ~3.0 ~8.0 | 1,630 | 590
70 | ~50 | ~16.0] 2390 | 720 [ 90 | ~50 | ~20.0 | 1910 | 690
Tool& die steell Jgnig| 120 | ~40 | ~80| 2150 | 540 | 140 | ~40 | ~10.0| 1720 | 520
below 255HB 190 | ~3.0 | ~40| 1910 | 380 | 210 | ~30 | ~80 1530 | 370

70 ~5.0 ~16.0 | 2,390 600 90 ~5.0 ~20.0 | 1,910 570

Mold steel | pL |C81181 190 | ~4.0 ~8.0 | 2,150 430 | 140 | ~40 | ~100] 1,720 | 410

(HPM?7, PX5, P20) (JC8050)
30-36 HRC 190 | ~3.0 | ~40/| 1,910 | 290 | 210 | ~30 | ~8.0| 1,530 | 280
st 70 | ~40 | ~16.0 | 1,910 | 480 | 90 | ~4.0 | ~20.0 | 1,530 | 460
Mold stee
(NAKBO, HPM1, P21)| PL (jggg;g) 120 | ~30 | ~80| 1,720 | 340 | 140 | ~3.0 | ~10.0| 1,380 | 330
38-43HRC
190 | ~20 | ~40| 1,530 | 230 | 210 | ~20 | ~8.0| 1,220 | 220
Hardene de 70 | ~35 | ~10.0| 1,590 | 400 [ 90 | ~3.5 | ~12.5] 1270 | 380
stee N N 5 N
k06 e oy | P [JCE118| 120 2.5 50| 1430 | 290 | 140 2.5 6.2 | 1,150 | 280
42-52HRC 190 | ~12 | ~25| 1270 | 190 | 210 | ~1.2 | ~3.2| 1,020 | 180
Gery & Nodular 70 | ~50 | ~18.0 | 2390 | 960 | 90 | ~50 | ~250 | 1,910 | 920
‘iﬁgtF'gg)n PL [JC8118] 120 | ~4.0 | ~10.0 | 2,150 750 | 140 | ~4.0 | ~12.0 | 1,720 | 720
el Bl 190 | ~3.0 | ~50| 1910 | 570 | 210 | ~3.0 | ~9.0 | 1530 | 550

. 70 ~5.0 ~16.0 | 2,390 720 90 ~5.0 ~20.0 | 1,910 690
Stainless steel

(SUS304) PL |JCc8050| 120 ~4.0 ~8.0 | 2,150 540 140 ~4.0 ~10.0 | 1,720 520

below 250HB
190 ~3.0 ~4.0 | 1,910 380 210 ~3.0 ~8.0 | 1,530 370

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of ZOMT insert for side finishing or bottom finishing.
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QM MILL MPM Type "
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Il Recommended cutting conditions 2
@ MPM type (ZOMT insert)
o
_ Tool dia.(mm)
(5]
‘ § g 30 32
Material _g g 7N 8N
S 0 ap | apae n v 0 ap | apae n Vi
(mm) (mm) (mm?) (min™) | (mm/min) (mm) (mm) (mm?) (min™) | (mm/min)

100 | ~50 | ~22.0 | 1,700 | 950 | 100 | ~5.0 | ~22.0 | 1,590 | 1,020
Carbon steel JC8050 N N N N
anssng | Pt [ocangl 1% 40 | ~15.0 | 1,530 | 750 | 150 40 | ~150 | 1,430 | 800
below 250HB 210 | ~30 | ~80 | 1360 | 570 | 210 | ~30 | ~80 | 1270 | 610
100 | ~5.0 | ~22.0 | 1,590 | 670 | 100 | ~50 | ~22.0 | 1490 | 720
T%"K'D%E'S‘;g}%e' PL dgg‘ﬁg) 150 | ~4.0 | ~150 | 1430 | 500 | 150 | ~4.0 | ~150 | 1,340 | 540
below 255HB 210 | ~3.0 | ~8.0 | 1270 | 360 | 210 | ~3.0 | ~8.0 | 1,790 | 380
100 | ~5.0 | ~22.0 | 1,590 | 560 | 100 | ~50 | ~22.0 | 1,490 | 600
Moldsteel | p |JC8118| 150 | ~4.0 | ~150 | 1430 | 400 | 150 | ~40 | ~15.0 | 1340 | 430
(HPM?7, PX5, P20) (JC8050)
30-36 HRC 210 | ~30 | ~80 | 1270 | 270 | 210 | ~30 | ~80 | 1,190 | 290

100 ~5.0 | ~22.0 | 1,270 440 100 ~5.0 | ~22.0 | 1,190 480

Mold steel
(NAKgcé'fsi“ﬂ?Pm PL (jggg);g) 150 | ~4.0 | ~15.0 | 1,150 | 320 | 150 | ~40 | ~150 | 1,070 | 340
' 210 | ~30 | ~80 | 1,020 | 210 | 210 | ~30 | ~80 | 950 | 230
Hordened i 100 | ~40 | ~150 | 1,060 | 370 | 100 | ~40 | ~150 | 990 | 400
stee N N . -
06 e oy PL[JCETI8| 150 | ~30 | ~75 | 950 | 270 | 150 | ~3.0 | ~7.5 | 900 | 290
A2-52HRC 210 | ~20 | ~38 | 85 | 180 | 210 | ~20 | ~38 | 800 | 190
~ ~ ~ ~24. 9
Gery & Nodular 100 | ~5.0 | ~240 | 1590 | 890 | 100 | ~50 | ~24.0 | 1,490 50

C(ggtF'gg)n PL [Jc8118| 150 | ~4.0 | ~16.0 | 1,430 | 700 150 | ~4.0 | ~16.0 | 1,340 750
below 300HB 210 | ~3.0 | ~9.0 | 1,270 | 530 210 ~30 | ~9.0 | 1,190 570
, 100 | ~50 | ~22.0 | 1,590 | 670 100 | ~5.0 | ~22.0 | 1,490 720
Stainless steel

(SUS304) PL |Jc8050| 150 | ~4.0 | ~15.0 | 1,430 | 500 150 | ~4.0 | ~15.0 | 1,340 540

below 250HB
210 ~3.0 ~8.0 1,270 360 210 ~3.0 ~8.0 1,190 380

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

5. Please scan QR code for cutting conditions of ZOMT insert for side finishing or bottom finishing.




Tooling by DIJET

QM MILL MPM Type
M Recommended cutting conditions
@ MPM type (YOHW insert) - Side finishin
yp g
(4
Tool dia.(mm)
) 10/11 12/13/14/15
Material | &
& 2N 3N
? ap ae n Vi ? ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)
. | ~50 | <12 | <010 | 12600 | 3780 | ~60 | <12 | <0.10 | 10,600 | 4770
Carbon stee ool 75 | =08 | <008 | 8820 | 2120 80 | =08 | <008 | 7420 | 2670
below 250HB 100 | <06 | <0.08 | 8820 | 1760 | 110 | =<0.6 | <008 | 7420 | 2230
I ~50 | <10 | <010 | 11,400 | 3420 | ~60 | <10 | <0.10 | 9550 | 4300
00 e Sstee
(SKD61. SKD11) f[?:fgg 75 | <07 | <008 | 7980 | 1,920 80 | <07 | <008 | 669 | 2400
below 255HB
100 | <05 | <008 | 7980 | 1600 | 110 | <05 | <0.08 | 6690 | 2,000
Vold secl ~50 | <10 | <010 | 11400 | 3420 | ~60 | <10 | <0.10 | 9550 | 4300
0ld stee
(PRI P20 |y | 75 | <07 | <008 | 7980 | 1920 | 80 | =07 | <0.08 | 6690 | 2400
30-36 HRC
100 | <05 | <008 | 7,980 | 1,600 | 110 | <05 | <0.08 | 6690 | 2,000
old stecl ~50 | <10 | <010 | 8880 | 2130 | ~60 | =<1.0 | <0.10 | 7430 | 2670
0ld stee
(NAKED HPMLP21) g 75 | =07 | <0.08 | 6180 | 1240 | 80 | =07 | <0.08 5200 | 1,560
38-43HRC
100 | <05 | <008 | 6180 | 990 | 110 | <05 | <0.08 | 5200 | 1250
Hardened de | . ~50 | <08 | <010 | 6360 | 1270 | ~60 | =<0.8 | <0.10 | 5300 | 1,590
Slee < <
o6 om|oceorgl 75 | =05 | <008 | 4440 | 710 80 | <05 | <008 | 3710 | 890
42-52HRC 100 _ _ _ — 110 _ _ _ _
~ < < ~ < <
Hordene i 50 | <05 | <0.10 | 4740 | 950 60 05 | <010 | 3980 | 1,190
Slee < <
o0 poy| D102 75 | < <008 | 3300 | 530 80 03 | <008 | 2790 | 670
55-62HRC 100 — — — — 110 — — _ _
Gery & Nodular ~50 | <12 | <012 ]12600 | 3780 | ~60 | =12 | <0.12 | 10,600 | 4770
castiron | JC8015
astion | e | 75 | <08 | <010 | 8820 | 2120 80 | <08 | <0.10 | 7420 | 2,670
below 300HB 100 | <0.6 | <0.08 | 8820 | 1,760 110 | <0.6 | <0.08 | 7420 | 2,230
Stless stee ~50 | <10 | <010 | 11,400 | 3420 | ~60 | =<1.0 | <0.10 | 9,550 | 4300
ainiess stee
(susaod)  |2C8U15 175 | <7 | <0.08 | 7,980 | 1,920 80 | <07 | <008 | 6690 | 2400
below 25018 | (OH102)
100 | <05 | <008 | 7,980 | 1,600 | 110 | <05 | <0.08 | 6690 | 2,000
~50 | <10 | <010 | 2520 | 600 | ~60 | =<1.0 | <0.10 | 2120 | 760
Titanium alloy | JC8015 < <
onlumaloy | Jces| 75 | <07 | =08 | 1740 | 350 80 | <07 | <008 | 1480 | 450
100 | <05 | <008 | 1,740 | 280 | 110 | <05 | <0.08 | 1480 | 360
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MILL MPM Type

Il Recommended cutting conditions
@ MPM type (YOHW insert) - Side finishing

(4
Tool dia.(mm)
@ 16/17/18 20/21
Material | @
s AN oSN
? ap ae n \i ? ap ae n Vi
(mm) (mm) (mm) (min?) | (mm/min) (mm) (mm) (mm) (min?) | (mm/min)

~80 | <12 | <010 7960 | 4770 | ~100 | <12 | <0.10 | 6300 | 4770

Cgls?]v%}s%%?;' ZI[?:PJ;; 120 | <08 | <0.08 | 5560 | 2,670 150 | =<0.8 | <0.08 | 4410 | 2,670
160 | <06 | <0.08 | 5560 | 2230 | 190 | =<0.6 | <0.08 | 4410 | 2230

o1& die sted ~80 | =1.0 | <010 | 7,760 | 4300 | ~100 | =<1.0 | <0.10 | 5700 | 4300
(5061, 56011 EIDCI-??(]]Z? 120 | <07 | <0.08 | 5000 | 2400 | 150 | <07 | <0.08 | 3990 | 2,400
160 | =0.5 | =0.08 | 5000 | 2,000 190 | =0.5 | =0.08 | 3,990 | 2,000

Mold steel ~80 | =1.0 | =010 | 7160 | 4300 | ~100 | =<1.0 | <0.10 | 5700 | 4300
(w7 s P20) | BN 120 | <07 | <008 | 5000 | 2400 | 150 | <07 | <008 | 399 | 2400
160 | <05 | <0.08 | 5000 | 2000 | 190 | <05 | <0.08 | 3990 | 2,000

~80 | =1.0 | <0.10 | 5560 | 2670 | ~100 | =<1.0 | <0.10 | 4440 | 2,670

(NA'\%E!;3F;3§C,€F!21)(§’C'§L?25) 120 | =07 | <008 | 3900 | 1560 | 150 | =07 | <0.08 | 3090 | 1560
160 | =0.5 | =0.08 | 3,900 | 1,250 190 | =0.5 | =0.08 | 3,000 | 1,250

, ~80 | <08 | <0.10 | 3980 | 1590 | ~100 | =<0.8 | <0.10 | 3180 | 15590

Hardened die (Ec%% 120 | <05 | <0.08 | 2780 | 890 | 150 | <05 | <0.08 | 2220 | 890
(SKngstzﬁ%fP " 160 — — — - 190 — — — —
— ~80 | =05 | <0.10 | 2980 | 1,190 | ~100 | <05 | <0.10 | 2370 | 1,190

stee = = < <
(SKDTT, SLD, DC11) DH102 120 =0.3 =0.08 2,080 670 150 0.3 =0.08 1,650 670

55-62HRC 160 = — — = 190 — — — —

Gery & Nodular ~80 | =12 | <0412 | 7960 | 4770 | ~100 | =12 | <012 | 6300 | 4770
C(ggltF'(gg)n fgﬁfgg 120 | <08 | <0.10 | 5560 | 2670 150 | =<0.8 | <0.10 | 4410 | 2670
below 300HB 160 | =0.6 | <0.08 | 5560 | 2230 190 | =<0.6 | <0.08 | 4410 | 2,230

~80 | <1.0 | <0.10 | 7160 | 4300 | ~100 | =<1.0 | <0.10 | 5700 | 4300

SENIESAE jcars| 120 | <07 | <008 | 5000 | 2400 | 150 | =07 | <008 | 3990 | 2400
below 2508 160 | =05 | =<0.08 | 5000 | 2000 | 190 | <05 | <0.08 | 3,990 | 2,000

~80 | =<1.0 | <0.10 | 1600 | 760 | ~100 | =1.0 | <0.10 | 1260 | 760

Titanium alloy | JCBOTS | 190 | <07 | <0.08 | 1,720 | 450 | 150 | <07 | <0.08 | 870 | 450

(Ti-6AI-4V) (DH102)
160 | =0.5 | =0.08 | 1,120 360 190 | =05 | =0.08 870 360

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MILL MPM Type
Il Recommended cutting conditions
@ MPM type (YOHW insert) - Side finishing
(4]
Tool dia.(mm)
) 25 30 32
q =]
Material g 6N 7N 8N
? dp de n Vi ? ap de n Vi ? ap de n Vi
(mm) | (mm) | (mm) | (min7) | (mm/min) [ (mm) | (mm) | (mm) | (min) | (om/min) [ (mm) | (mm) | (mm) | (min™) | (mm/min)
~120/ 1.2 |<0.10 5,090| 4,580 | ~160| <1.2|=<0.10| 4200] 4,410| ~160| <1.2|<0.10/ 3,980| 4,770
Carbon steel e, | 190/ S08|<008) 35602560 240 <08 <0.08] 2940 2470| 240 <0.8|<0.08] 2780 2670
below 250HB
eou 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| 2230
. ~120/ 1.0 |<0.10] 4,580| 4,120 | ~160| =1.0/=<0.10 3,800] 3990 | ~160| <1.0/=0.10| 3,580| 4,300
Tool & die steel JC8015
(SKD61, SKD11) 190/ <0.7|<0.08 3,200 2300| 240/ <0.7|=<0.08 2,660/ 2230 240 <0.7|<0.08| 2,500| 2,400
below255HB " | (DH102)
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
(P75, P20) | BEPR | 190] 0.7 <0.08] 3200 2,300| 240] <07 <008 2,660/ 2230| 240] 0.7 <0.08) 2500 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
e ~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
Mold stee
(NAKED, HPT,P21) go1g)| 190] 0.7 | S0.08] 2490/ 1490 240] <07/ <0.08] 2,060 1440| 240 <07 0.08] 1,950 1,560
38-43HRC
235/ <0.5 | <0.08 2490 1,200 290| <0.5/<0.08| 2,060 1,150| 290| <0.5/=0.08 1,950| 1,250
o doned ~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
ardaeneq aie
steel (EC%‘%) 190/ <0.5|<0.08| 1,780 850| 240/ <0.5/<0.08 1480 830| 240/ <0.5/=<0.08 1,300 890
(SKD61, DAC, DHA)
12'50HRC 2350 — | — | — | — [ 200 — | —| =] = |20 —| -] -] -
Hardened die ~120| 0.5 |<0.10] 1,910[ 1,150 | ~160| <0.5/=<0.10 1,580| 1,110| ~160| <0.5/=0.10 1,490| 1,190
steel <p3|< <p3|< <p3l<
01 ooyl D102 | 190/ 03| <0.08) 1340 640| 240 <0.3|<0.08) 1,100 620| 240 <0.3<008) 1,040 670
55-62HRC 235 - | = | = 200 — | — | — | — 200 — | — | — | —
~120/ <12 1< ~160| <12 < ~160| <12 |<
Gery &Noduiar| 120) <1.2 |<0.12| 5090|4580 | ~160| <1.2|=<0.12| 4,200] 4,410 ~160/ <1.2|<0.12| 3,980/ 4,770
C(ggtF'gg)n (0H102) 190{ =0.8 |=0.10| 3,560| 2,560 | 240 =0.8 |=0.10| 2,940/ 2,470 240/ =0.8 =0.10| 2,780| 2,670
below 300HB 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| 4,5580| 4,120 ~160| =1.0|=<0.10] 3,800 3,990 | ~160] =1.0|=<0.10] 3,580| 4,300
DEIEE A fgﬁfgg 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
low 250HB
below 250 235/ <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
Titaniur alloy e | 190/=07|<008 710 430| 240/ <07 <008 580 410| 240 <07 <008 560 450
235/<0.5|<0.08 710 340| 290/ =<0.5|<0.08| 580 320| 290/ <0.5/=<0.08 560 360
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MILL MPM Type

Il Recommended cutting conditions
@ MPM type (YOHW insert) - Bottom finishing

(4]
Tool dia.(mm)
g 10/11 12/13/14/15
Material ©
& 2N 3N
? ap ae n Vi ? ap ae n Vi
(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
Carbon steel |Jcso15
($50C,5550) | (i) 75 | =010 | 5~10 | 5940 | 1,900 80 | =0.10 | 6~12 | 4970 | 2380
100 | =0.10 | 5~8 5100 | 1,430 110 | <0.10 | 6~10 | 4,300 | 1,800
) ~50 | =012 | 5~10 | 7,320 | 2,640 ~60 | <0.12 | 6~12 | 6,100 | 3,290
Tool & die steel JC8015
(SKD61, SKD11) 75 | =0.10 | 5~10 5,460 1,580 80 | =0.10 | 6~12 4,580 1,980
below 255HB | (DH102)
100 | =0.10 | 5~8 4740 | 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
: Mold steel )| Jcsons <
HPM7, PX5, P20 < ~ < ~
M7 oxe 220 | Dk102) 75 | =010 | 5~10 | 5460 | 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 | 5300 | 1,910
Mold steel
(NAK80,HPM1,P21)(\?CI:310225) 75 | =010 | 5~10 | 4800 920 80 | =0.10 | 6~12 | 3980 | 1,150
38-43HRC
100 | =0.10 | 5~8 4,140 700 110 | =0.10 | 6~10 3,450 870
Hardened i ~50 | <0.10 | 5~10 | 3,840 770 ~60 | =0.10 | 6~12 | 3,180 960
ardene e
steel (\?c}:a%) 75 | <0.08 | 5~10 | 2,880 | 460 80 | <008 | 6~12 | 2380 570
(SKD61, DAC, DHA)
42-52HRC 100 - - - - 110 - - - -
) ~50 | =0.10 | 5~10 | 2220 350 ~60 | =<0.10 | 6~12 | 1,860 450
Hardened die
steel DH102 75 | <0.08 | 5~10 | 1,680 210 80 | <0.08 | 6~12 | 1,400 270
(SKD11, SLD, DC11)
55-62HRC 100 — — — — 110 — — — —
. < ~ ~ < .
Gery&tNodular s 50 | =0.15 | 5~10 | 6360 | 1,910 60 | <0.15 | 6~12 | 5300 | 2,380
castiron < ~ < ~
below 300HB 100 | =010 | 5~8 | 4,140 810 110 | <010 | 6~10 | 3,450 | 1,010
~50 | =012 | 5~10 | 7,320 | 2,640 ~60 | =<0.12 | 6~12 | 6,100 | 3,290
St:'{yfsszs%ztsisel fgﬁf&g 75 | =070 | 5~10 | 5460 | 1,580 80 | <0.10 | 6~12 | 4580 | 1,980
elow 250 100 | <0.10 | 5~8 | 4740 | 1,190 110 | <010 | 6~10 | 3960 | 1,500
~50 | <0.12 | 5~10 | 1,560 370 ~60 | <012 | 6~12 | 1,330 480
Titanium alloy | JC8015 < N
o) y HIDD) 75 | <010 | 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

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



Tooling by DIJET

QM MILL MPM Type
M Recommended cutting conditions
@ MPM type (YOHW insert) - Bottom finishing
(4]
Tool dia.(mm)
o 16/17/18 20/21
Material ©
g 4N 5N
{ ap de n \ ? ap ae n Vs
(mm) (mm) (mm) (min’) (mm/min) (mm) (mm) (mm) (min”) (mm/min)
~80 | =012 | 8~16 | 4,980 | 3,980 ~100 | =0.12 | 10~20 | 3,960 | 3,980
Carbon steel oty | 120 | 0.0 | 8~16 | 3740 | 2,380 150 | <0.10 | 10~20 | 2,970 | 2380
below 250H8 160 | <0.10 | 8~13 | 3,240 | 1,800 190 | <0.10 | 10~16 | 2,550 | 1,800
. ~80 | =0.12 | 8~16 | 4,580 | 3,290 ~100 | <0.12 | 10~20 | 3,660 | 3,290
Tool & die steel JC8015
(SKD61, SKD11) 120 | =0.10 | 8~16 | 3,440 | 1,980 150 | =<0.10 | 10~20 | 2,730 | 1,980
below 255HB | (DH102)
160 | =0.10 | 8~13 | 2980 | 1,500 190 | =<0.10 | 10~16 | 2,370 | 1,500
~80 | =0.12 | 8~16 | 4,580 | 3,290 ~100 | =0.12 | 10~20 | 3,660 | 3,290
(H’F\>Arv(|)7ldp>s<ge§2|0) JC8015 <
A X < ~ < -
MWK | Do) | 120 | =010 | 8~16 | 3440 1,980 150 | <0.10 | 10~20 | 2,730 | 1,980
160 | =0.10 | 8~13 | 2980 | 1,500 190 | <0.10 | 10~16 | 2,370 | 1,500
~80 | =012 | 8~16 | 3,980 | 1,910 ~100 | =<0.12 | 10~20 | 3,980 | 1,910
Mold steel
(NAKED ML P21) g 120 | <010 | 8~16 | 2980 | 1,150 | 150 | <010 | 10~20 | 2,400 | 1,150
38-43HRC
160 | =0.10 | 8~13 | 2,580 870 190 | =0.10 | 10~16 | 2,070 870
Hardened di ~80 | =0.10 | 8~16 | 2,380 960 | ~100 | =<0.10 | 10~20 | 1,920 960
ardene e
steel ( JDC"Q%ZS) 120 | =0.08 | 8~16 1,780 570 150 | <0.08 | 10~20 | 1,440 570
(SKD61, DAC, DHA)
42-52HRC 160 - - - - 190 — — — —
. ~80 | =0.10 | 8~16 | 1,400 450 ~100 | =0.10 | 10~20 | 1,110 450
Hardg{ne? die = >
Slee = ~ ~
S e DH102 120 | =0.08 | 8~16 | 1,040 270 150 | <0.08 | 10~20 840 270
55-62HRC 160 — — — — 190 — — — —
~ < ~ ~ < ~
Gery &tNodular s 80 | =0.15 | 8~16 | 3,980 | 2,380 100 | =<0.15 | 10~20 | 3,180 | 2,380
Castiron < ~ < N
o) | oo 120 | =0.12 | 8~16 | 2980 | 1,430 150 | <0.12 | 10~20 | 2,400 | 1,430
below 300HB 160 | =0.10 | 8~13 | 2,580 | 1,010 190 | <0.10 | 10~16 | 2,070 | 1,010
~80 | =012 | 8~16 | 4,580 | 3,290 ~100 | =<0.12 | 10~20 | 3,660 | 3,290
SEN R &?ﬁ?&? 120 | <010 | 8~16 | 3440 | 1,980 150 | <0.10 | 10~20 | 2,730 | 1,980
below 250HB 160 | <0.10 | 8~13 | 2980 | 1,500 190 | <0.10 | 10~16 | 2370 | 1,500
~80 | =012 | 8~16 | 1,000 480 ~100 | =0.12 | 10~20 780 480
Titanium alloy | JC8015
A y o0 120 | =0.10 | 8~16 740 290 150 | =0.10 | 10~20 600 290
160 | =0.10 | 8~13 640 220 190 | =0.10 | 10~16 510 220
Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.




Tooling by DIJET

QM MILL MPM Type

Il Recommended cutting conditions
@ MPM type (YOHW insert) - Bottom finishing

(4
Tool dia.(mm)
© 25 30 32
Material -‘S 6N 7N 8N
(@]

? dp de n Vi ? dp de n Vi ? dp de n Vi
(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| 24490 3,980

Carbon steel oo, | 1905010 12-25] 2,380 2280| 240 <0.10 15~30] 1,980/ 2220| 240010 16~32| 1,870] 2380
Pelow 25018 235<0.06/12~20| 2,070/ 1,740| 290|<0.06|15~24| 1,700/ 1,670| 290|=<0.06/16~26| 1,620| 1,800

o1& die sted ~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] 3290
(Soer,sko11) | OEY|190/<0.10/12~25 2200/ 1900 | 240/<0.10/15~30) 1,820/ 1830 | 240/<0.10/16~32) 1,720 1980
235/<0.06/12~20| 1900| 1,440| 290/ =0.06|15~24 15580| 1,390| 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] 3070 | ~160[=<0.12/16~32| 2,290] 3,290

(HeM7, P P20) | AT M| 190/<0.10]12~25] 2,200 1900 | 240010 15~30] 1,820/ 1830 | 240/=<0.1016~32] 1,720] 1980
235/=0.06|12~20| 1,900| 1,440 | 290|=<0.06|15~24| 1,590/ 1,390 290/<0.06/16~26| 1,490] 1,500

~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] 1910

(NA'\I%}E):Iilil\tﬂiellﬂ) Ctaong|190/=0.1012~25] 1,970| 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/=<0.0615~24| 1380 810| 290/=<0.06/16~26] 1,290 870

~120[<0.10[12~25 15530 920| ~160]<0.1015~30] 1,280 900| ~160[=0.1016~32| 1,190 960
190/<0.08/12~25| 1,150 550| 240|<0.0815~30] 960 540| 240/<0.0816~32| 890 570

~

Hardened die
steel (JDclja}ﬁzs)
(SKD61, DAC, DHA)

42-52HRC 235 — | — | — | — | 20 — | — | —| —| 20 — | — | — | —
. ~120/=0.10[12~25| 890| 430| ~160/=0.10/15~30| 740/ 410| ~160=0.10/16~32| 700| 450
Hardeineij die > > >
stee o . < "
(SKD11, SLD, DC11) DH102 190(=0.08/12~25| 670, 260| 240/=0.08/15~30| 560/ 250| 240/=0.08/16~32| 520, 270
AT 25 — | — | — | — | 20 — | — | = | —| 20— | —|— |-

Gery & Nodular ~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
Castiron fé::ﬂ;z? 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/ 1430
below 300HB 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/<0.1212~25| 2,930] 3,160 | ~160/=<0.12|15~30| 2,440 3,070 | ~160/=0.12/16~32| 2,290/ 3,290

SENIEE fgﬁfgg 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
below 250HB 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/<0.1216~32| 500| 480

Titanium alloy | JCBU1S| 195/ < 10/ 12-25| 480 280 240/<01015~30| 400 270| 240/<0.10{16~32 370 290

(DH102)
235/=0.06/12~20 420| 210| 290/=0.06/15~24| 340| 200| 290/=0.06/16~26| 320| 220

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity.

2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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