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SKS-GI 093210 LI CXaLRy s

ap =0.9mm
Superior cutting performance by multi blades with small inserts.

Maximum ap=0.9mm is possible even if machining Titanium Alloy,
Stainless Steel and Heat Resistant Alloy.

Tool dia. 950 : Conventional tool
e ——

SKG-09

_'SKG -09 type

_. \& SKG-09

SKG-09 type

1 6% Feed force)
Cutting performance 10% Main force)

16% reduction from Conventional tool, Back force)
10% reduction from competitor A

(N) (Resultant force)
o 4,500

Cutting force 4,000 ( : (Ti-6AI-4V)

. Material: Titanium Alloy
comparison 3,500 : PY : $50
Tool dia
3,000 Insert No. :
SDEW090312ZER(JC7518)
2,500 ®
Cutting conditions :
2,000 n=380/min, Vc=60m/min,
fz=0.6mm/t, ap=0.8mm,
1,500 ae=20mm,

Face milling (Roughing)
1,000 :135mm  Overhung length
Test by one insert, Down cut
500 i
Air (Internal)

Cutting force is reduced by high axial rake
angle and the sharp cutting edge.




DIJET

Adopted economical 4 corner positive insert.
E class grinding inserts reduce initial wear and achieve long tool life.
With chip-breaker insert and non-breaker insert are available.

. Line up

Wear resistance Fracture resistance

SDEW090312ZER(JC7518) SDEW090312ZER(JC7550) SDET090312ZDER-SM(JC7550)

_ Application

| | s | owew | sus31e
SDEWO090312ZER  JC7518) @

sowoeostzzeR ucrso  m o em

o: Stable machining H: Unstable machining

M 2 1442 .M&113.112
WHGERMLE
2.2B0OFGRT Y T EER.

SKG-09 achieved 14 times longer tool life compared
with competitor M 2, 3.1 times longer compared

Q with competitor M 1, and 2.2 times longer compared
with conventional tool.

Tool life comparison
(Ti-6AI-4V)

Material: Titanium Alloy
T 50
Tool dia.
Insert No. -

SDEW090312ZER(JC7518)
[

Cutting conditions -
80/min, Vc=60m/min,

VB (mm) Flank wear

SKG-09 DIJET
M 1 Competitor M 1
M 2 Competitor M 2
A Competitor A

Face milling (Roughing)
:135mm  Overhung length
Test by one insert, Down cut

Conventional tool Wet

JC7518

Low cutting force specification and new grade
(m) Cutting length JC7518 give long tool life.
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Facemill type #EnT A AUAILIT

G’B@dy .Through coolant hole

Q Body —ohe

$Db
od

Lf

PAg 5 40 40 37 M8
[ ] 7 50 50 40 22 | 165 104 | 63 20 M10 0.35
pAe 7 52 50 40 22 | 165 104 | 63 20 M10 us ) 0.37 | SDEW090312ZER
® 8 | 63|50 | 48 | 22 |17 |104 |63 | 20 M12 Head cap screw | o 5g | SDET090312ZDER-SM
(JIS standard)
Yo 8 66 50 50 27 | 20 124 | 7 22 |M12x1.75X30% 0.60
[ ] 9 80 50 60 27 | 20 124 | 7 22 |M12x1.75X30% 0.97
[ B Standard stock items,
<! ( 108~2 ) Stockin Europe. (14 days delivery upon ordering)
). .
2. MOLY ( )
3. % DSW-307H 2.1

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. % mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.

-
& | B

DSW-307H A-10

4 N
G-Body,

+ GN 65HRC .
30% . . '

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

Shank type

Qo Body

=

<~ &

FEEY BIEAIT AUAJVIIT

Through coolant hole

oD

¢Dc
!
|
|
¢Ds

22 2s

&
[ ] 3 25 60 | 80 | 140 | 23 | 25
[ ] 3 25 | 100 | 80 | 180 | 23 | 25
® | 4|3 | 70|80 [150] 28|32 | gorwos0siozeR
® | 4 | 32 |120| 80 | 200 | 28 | 32 | SDET090312ZDER-SM | DSW-307H A-10
[ ] 5 35 70 | 80 | 150 | 31 32
[ ] 5 35 [ 120 | 80 | 200 | 31 32

o: Standard stock items

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



Qo

Modular head type

BOdy Through coolant hole

C
MD
(&) [] i el
Q B Q
< | | <
Q Body
(mm) Dimensions Parts
Applicable Wrench
inserts Clamp screw | (B3 notbeincluded)
Cat. No. Stock ih‘é’ég‘; oDc Lf ®Db MD © W ‘
& Ve
MSG-2020-09-M10 @) 2 20 30 19 M10 9 14 DSW-306H
MSG-2022-09-M10 (@) 2 22 30 19 M10 9 14
MSG-3025-09-M12 [ ] 3 25 35 23 M12 11 19
MSG-4028-09-M12 [ J 4 28 35 23.6 M12 11 19 SDEW090312ZER A0
MSG-4032-09-M16 ® 4 32 43 28 M16 12 22 | SDETO90312ZDER-SM | DSW-307H
MSG-5035-09-M16 [ 5 35 43 29 M16 12 22
MSG-5040-09-M16 [ ] 5 40 43 32 M16 14 26
MSG-5042-09-M16 Ye 5 42 43 32 M16 14 26
o: Standard stock items
O Soon be stocked (N.m)
7; ( 108~2 ) Stock in Europe. (14 days delivery upon ordering) Clamp screw Recommended torque
A1 .
2. MOLY )
z oo ( DSW-306H 18
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY. DSW-307H 2.1

3. Please see page 9 for recommended tightening torque.



// DIJET

Fig.1 Fig.2

[ \ e~ T R~
an S RaT: iVan) E
&J@j L & ] L
g&‘& ’Jo/} 9\\2 i =1
9 34—b 9 34— o
PVD PVD Coated
Cat. No. Tolerance JC7550 JC7518 Fig.
SDEWO090312ZER E [ ] [
SDET090312ZDER-SM E [ ] 2

o: Standard stock items

1 10 10inserts per case

SKS-GII 09 Discrimination of grade for SKS-GII 09 type insert

)

Each grade shows discrimination mark on the insert surface.

Fig.1

JC7550 JC7518



SKS-GII 09 type

Q T & —18f ALL )

MSN Carbide shank arbor

[ | Straight arbor type @

[ | End mill shank type
o Through coolant hole [ ] For high productivity ( ] Through coolant hole [ ] For high productivity
\ |
/ ——am—
J y
®D2: T—S VTR fa) ®D2: 7—S5VhJE Coolant hole dia
3| —

Fig.2 9 Coolant hole dia

9Ds h6
®Ds h6

(mm) Dimensions kg Fig (mm) Dimensions kg)
Cat. No. Stock|¢Ds | g1 | L |eD1|6n° | MD | oD2 |Weight : Cat. No. Stock|  ¢Ds L MD oD2 | Weight
MSN-M10-20-S20C @® 20| 20| 80(19.5| - 029 1 MSN-M10-130S-S18C | @ 130 0.42
MSN-M10-40-S20C @® |20 | 40/100(19.5| - 039 1 MSN-M10-190S-S18C | @ 18 190 M10 4 0.62
MSN-M10-40T-S20C | @ | 20 | 40|100 |18.5/0°43' 039 2 MSN-M10-240S-S18C | @ 240 0.89
MSN-M10-70-S20C ® 20| 70|130(19.5| - 050 1 MSN-M10-130S-S20C | @ 130 0.53
MSN-M10-85T-S25C | @ | 25 | 85|161|18.5| 2° 090 2 MSN-M10-190S-S20C | @ 20 190 M10 4 0.78
MSN-M10-90-S20C @® 20| 90[150(19.5| - [M10| 4 |060| 1 MSN-M10-250S-S20C | @ 250 1.02
MSN-M10-90T-S20C | @ | 20 | 90|150|18.5/0°19' 058 2 MSN-M12-185S-S23C | @ 3 185 M12 6 0.98
MSN-M10-140-S20C | @ | 20 |140/200|19.5| - 080 1 MSN-M12-265S-S23C | @ 265 1.42
MSN-M10-140T-S20C | @ | 20 | 140|200 |18.5/0°12' 0.77| 2 MSN-M12-185S-S24C | @ 185 1.07
MSN-M10-160-S20C | @ | 20 | 160|220 |19.5| - 087 1 MSN-M12-265S-S24C | @ 24 265 M12 6 1.54
MSN-M10-210-S20C | @ | 20 (210|270 |19.5| - 1,07] 1 MSN-M12-145S-S25C | @ 145 0.91
MSN-M12-25-S25C @® 25| 25| 90|24 = 053 1 MSN-M12-215S-S25C | @ 25 215 M12 6 1.36
MSN-M12-55-S25C @® | 25| 5512024 - 072 1 MSN-M12-285S-S25C | @ 285 1.80
MSN-M12-100T-S32C | @ | 32 |100|180|23.5| 2° 161 2 MSN-M16-160S-S28C | @ 160 1.22
MSN-M12-105-S25C | @ | 25 |105|170|24 - |M12| 6 [1.03| 1 MSN-M16-230S-S28C | @ 28 230 M16 8 1.77
MSN-M12-135-S25C | @ | 25 [135(215 |24 = 1.30] 1 MSN-M16-310S-S28C | @ 310 2.41
MSN-M12-155-S25C | @ | 25 |155(220 |24 - 1.34] 1 MSN-M16-157S-S32C | @ 157 1.61
MSN-M12-200-S25C | @ | 25 | 200|265 |24 - 158 1 MSN-M16-217S-S32C | @ 217 2.22
MSN-M16-25-S32C @® 32| 25| 90|29 - 085 1 MSN-M16-287S-S32C | @ 82 287 M16 8 2.94
MSN-M16-55-S32C @® | 32 | 55/120 |29 = 113] 1 MSN-M16-357S-S32C | @ 357 3.66
MSN-M16-77-S32C @ 32| 77157 |29 - 147 1 o: Standard stock items
MSN-M16-97-532C | ® | 32| 9717729 | - 164 1 R A
MSN-M16-105-S32C @® |32 [105]170|29 - 1.59] 1
MSN-M16-117T-S32C | @ | 32 |117|197 |29 |0°38’ 188 2 _
TEE—A( [BT/HSK )
MSN-M16-127-S32C | @ | 32 | 127|207 |29 - 189 1 .
MSN-M16-127T-S32C | @ | 32 | 127|207 |20 |0'30|M16| 8 |223] 2 (ISA type oqroed cosde shank)
MSN-M16-155-S32C | @ | 32 | 155|220 |29 - 204 1
MSN-M16-177-S32C | @ | 32 | 177|257 |29 = 232 1
MSN-M16-177T-S32C | @ | 32 |177|257 |29 (0723 278| 2
MSN-M16-195-S32C | @ | 32 [195|260 |29 = 240 1
MSN-M16-197T-S32C | @ | 32 | 197|277 |29 |0°23 3.00| 2
MSN-M16-225-S32C | @ | 32 | 225|290 |29 = 257 1
MSN-M16-245-S32C | @ | 32 (245|310 |29 - 274 1
MSN-M16-295-S32C | @ | 32 | 295|360 |29 = 317, 1

o: Standard stock items
) 9

Note) Please see page 9 for recommended tightening torque.
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Q mEE G-Body/ )
MGN G-Body steel shank arbor

[ J G-Body @
[ J
G-Body ( ) .
@Adopted ultra-rigid and improved body durability "G-Body".
@Short type
@Cost-effective and high strength steel shank arbor.
[ | End mill shank type
. Through coolant hole

¢D2: Coolant hole dia.

G-Body;

®D1
|

|
|
|
—i
|

\ 21 | ‘

@ | 20| 30 4
@ 25| 35(105|24 | — |M12| 4 0.36
@ (25| 85|165|24 | — [M12| 4 0.57
@ (3237|107 29 | — [M16| 6 0.56
@® (32| 7715729 | — [M16| 6 0.83

o: Standard stock items

)1 G-Body 12~14

2 9

Note) 1. In case of using modular head combined with MGN steel shank arbor, apply the recommended cutting conditions sheet (see page 12 - 14).
2. Please see page 9 for recommended tightening torque.



SKS-GII 09 type

Attention
A Attention to mounting head and MSN/ MGN shank arbor.
[ | Tightening procedure A NOTE
@® Cleaning 1 DS
ALL [ ] ) ( )
2. .
( ) : 3. ALL (
[TEEG-Body]
Remove dirt and chips with air from the connecting thread and face of ot 0y e . oD DS )
ote) 1. Only use the torque control spanner wrench or type spanner wrench.
modular head and MSN/MGN shank arbor. 2 Please gentlyapply pressure on wrench.
@ Initial T|g i g 3. Please confirm that there is no gap between MSN/MGN shank arbor and modular head.
ALL i W(mm)
W J WJ_IE & Thread Tightening torque Spanner size
G BOdyj M6 8.0N‘m 8
~ . ' M8 16N"m 10, 125¢
Tighten by hand until the head and MSN/MGN arbor faces touch. M10 16N'm 14,15
® c Final Tightening M12 20N‘m 17,19
(DS ) M16 25N-m 22, 26
1.
2. w )
. C ( )
Tighten slowly with torque control spanner wrench or DIJET DS type spanner a { = ; )
wrench and confirm that there is no gap. Ds-8  DS-12 .
Note) 1. Modular heads are supplied without spanner wrench.
( ) 2.In case of choosing torque control spanner wrench, confirm that the wrench
size is match to the dimensions W & C of each modular head.
) . ) . ) L . L (There are some cases that modifying the thickness of spanner wrench is necessary)
Attention : Final tightening without initial tightening cause connecting thread damage. 3. ¢ mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.
A ( ALL ) Selection of "MSN Carbide shank arbor"
16 , Tmm

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

¢éDc—dD1=T1mm

0.5mm

: D1

MSN carbide shank
neck diameter

Clearance necessary
more than 0.5mm

Coolant or air blow is recommended for
flushing the chips.

: ¢Dc
Modular head tool diameter
A Caution for the mounting to shrink fit holder.
ALL [ ] :
[ |

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

p=3) ; .

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

|
SDET090312ZDER-SM

SDEW090312ZER

Vor

Max.ap

)\

w re Cutting edge angle
R
Corner radius for programming

Remains

15 0.81 0
2(FA) 0.73 0 0.9 71 10° 1.2
25 0.65 0.08
— Attention for profile milling
Ramping Helical interpolation [ ) Calculation of tool pass dia.
] #Dh ¢dc = ¢Dh — ¢Dc
Tool pass dia. Bore dia. Tool dia.
[ ] ap
Q .
% © Depth of cut per one circuit should not exceed
MH(© max. depth of cut ap.
NN =)
I 2 °
Down cutting is recommended, so tool pass'

rotation should be counterclockwise.

70%

In caée of ramping and helical interpolation, apply 70% or less feed speed from standard cutting cEJndition table.

10



SKS-GII 09 type

G .. i

@ 1. Machining on Ti-alloy

1 2
No chatter, Stable machining.
Able to machine for about 2 hours / corner.

@ 2. Machining on Inconel

Overhung length : 150mm

3097 1
( )
SKG can complete this application by only one corner of insert.
Possible to use continuously after machining 30 minutes.

©) 3. Machining on Stainless Steel

Gauge length : 101.6mm

12%

1.75 705

1

Improved machining efficiency by 12% compared with current tool. Machining time is 70 minutes.
(1.75 times longer than current tool.)This application is completed by using only one corner of insert.

11

Part name Test piece
Work Material Ti-6Al-4V
Hardness -
Tool No. SKG-7050R-09-22
Tool
Insert No. SDEWO090312ZER(JC7518)
: n 380 (min')
Spindle speed
Cutting speed Ve 60 (m/min)

VE 1,600 (mm/min)
Feed speed 2 0.6 (mm/1)
Cutting conditions
ap 0.6 (mm)
ae 20 (mm)
Coolant ( Wet (Internal)
Machine MC(HSK-63 ) Vertical MC (HSK-63)
Part name Aircraft parts
Work Material INCONEL625
Hardness —
Tool No. SKG-7050R-09-22
Tool
Insert No. SDEWO090312ZER(JC7518)
. n 230  (min")
Spindle speed
Cutting speed Ve 37  (m/min)

Vi 760  (mm/min)
Feed speed f2 0.47 (mm/t)
Cutting conditions
ap 0.5 (mm)
ae 20 (mm)
Coolant ( ) Wet (External)
Machine MC(HSK-63 ) Vertical MC (HSK-63)
Part name OlL Excavator parts
Work Material Nonmagnetic, Austenitic Mn-Cr-steel
Hardness 36HRC
Tool No. SKG-7050R-09-22
Tool
Insert No. SDEW090312ZER(JC7550)
. n 460  (min")
Spindle speed
Cutting speed Ve 73.4  (m/min)
Vs 1,803 (mm/min)
Feed speed 2 0.56 (mm/t)
Cutting conditions
ap 0.635(mm)
ae 12.8  (mm)
Coolant Air (Internal)
Machine MC(CAT40 ) Vertical MC (CAT40)




AIJET,

_ Recommended cutting conditions

(* MSG-097t+EE—f8i ( ALL

) MSG-09 and MSN type

0.8 0.8 0.8

2,390 1,910

100 | 0.6 ~5 [2,390|4,780| 100 | 0.6 ~6 (2170|4340 | 125 | 0.6 ~9 1,910 5,730

140 | 0.6 ~5 (1,990 |3,180| 140 | 06 ~6 1810|2900 | 175 | 0.6 ~9 1,720 | 4,390

~60 | 0.8 ~5 |3,020|6,040| ~60 | 0.8 ~6 [2,750 5500 ~75 | 0.8 ~9 2,420 7,260

100 | 0.6 ~5 [3,020|6,040| 100 | 0.6 ~6 2750|5500 125 | 0.6 ~9 12,420 | 7,260

140 | 0.6 ~5 [2,470|3950| 140 | 0.6 ~6 22403580 175 | 0.6 ~9 2,160 | 5,510

~60 | 0.8 ~5 [1590| 950| ~60 | 0.8 ~6 [1,450| 870| ~75| 0.8 ~9 1,270 1,140

100 | 0.6 ~5 (1,590 950| 100 | 0.6 ~6 |1,450| 870| 125 | 0.6 ~9 1,270 1,140

140 | 0.6 ~5 [1,350| 680| 140 | 0.6 ~6 1230 620 175 | 0.6 ~9 |1,150| 860

~60 | 0.8 &5 950|1,140| ~60 | 0.8 ~6 870|1,040| ~75| 0.8 =) 760 | 1,370

100 | 0.6 ~5 950 |1,140| 100 | 0.6 26 870 (1,040 | 125 | 0.6 ~g) 760 | 1,370

140 | 0.6 &5 800| 800| 140 | 0.6 £6) 720 720 | 175 | 0.6 =) 700 | 1,050

~60 | 0.5 ~5 480| 580| ~60 | 0.5 ~6 430 | 520| ~75| 05 ~9 380 | 680

100 | 0.4 ~5 480| 580 100 | 0.4 ~6 430 | 520| 125 | 04 ~9 380 | 680

140 | 0.4 ~5 400| 400| 140 | 04 ~6 360| 360| 175 | 0.4 ~9 320 | 480

2 Overhung length a@p: Axial depth of cut @e: Radial depth of cut n: Spindle speed  VA: Feed speed

Note:
*1. *1. The figure to be adjusted according to the machine rigidity or work rigidity.
* *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
*2, . *3.1f machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.
*4. Use air blow.

*3. . n Vf
*4, . , MC cavity
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사용상의 주의사항
*1.상기 절삭 조건은 기계강성 및 워크 강성에 따라 조정 해 주십시오.
*2.떨림이 발생된 경우는 절입 깊이를 상기 수치보다 얕게 해 주십시오.
또는 회전 속도를 낮춰서 사용 해 주십시오.
단, 1날당 이송량은 변경하지 마십시오.
*3.기계동력부족의 경우는 우선 절입 깊이를 얕게 해 주십시오. 다음으로 n및Vf를 낮춰서 사용 해 주십시오.
*4.에어블로우에 의한 칩 제거 처리를 해 주십시오. 특히, 입형 MC에서의 cavity 가공에서는 칩 처리에 주의 해 주십시오.
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SKS-GII 09 type

A ot /
() MSG-0972+7EE—1&( ALL ) MSG-09 and MSN type
2/3
(mm) Tool dia.
28 32 35
Work materials No. of teeth 4N No. of teeth 4N No. of teeth 5N
Insert No. Grades
ap e n Vi 2 ap ae n Vi 2 ap ae n Vi
(mm) | (mm) | (mm) | (min?) (mm/min)] (mm) | (mm) | (mm) |(min™") (mm/min)| (mm) | (mm) | (mm) |(min™) [(mm/min)
SDEW ~75| 08 | ~12 |1,710(6,840| ~90 | 0.8 | ~15 [1,490 |5960| ~90 | 0.8 | ~18 |1,360 | 6,800
090312
(SUS304,316,317) | ~ 7R
17Cr% (SDET JC7550( 125 | 0.6 ~12 |1,710/6,840| 150 | 0.6 ~15 11,490 |5960| 150 | 0.6 ~18 1,360 | 6,800
Stainlesslslteel 090312
(S ) ZDERSM) 175| 06 | ~12 [1,530(5200| 210 | 06 | ~15 |1,240 3970 | 210 | 0.6 | ~18 |1,140 | 4,560
SDEW ~75| 0.8 | ~12 |2,160|8,640| ~90 | 0.8 | ~15 |1,890 [7,560| ~90 | 0.8 | ~18 |1,730 | 8,650
090312
(SUS403,42042,430) ZER
13Cr%k (SDET JC7550| 125 | 0.6 ~12 12,160 |8,640| 150 | 0.6 ~15 11,890 |7,560| 150 | 0.6 ~18 1,730 | 8,650
S_tz_ainless steel_ _ 090312
(NS1 100 43003 43| ZOER-SM) 175| 06 | ~12 |1.930|6,560| 210 | 06 | ~15 |1,540 4930 | 210 | 06 | ~18 |1,410 | 5640
~75| 08 | ~12 |1,140|1,370| ~90 | 0.8 | ~15 990 |1,190| ~90 | 0.8 | ~18 910 | 1,370
Sl JC7518
Super duplex 090312“07550) 125 | 06 | ~12 |1,140|1,370| 150 | 06 | ~15 | 990 |1,190| 150 | 0.6 | ~18 | 910 | 1,370
stainless steel ZER
(832750)
175| 06 | ~12 [1,020(1,020| 210 | 06 | ~15 850 | 850 210 | 0.6 | ~18 770 | 960
~75| 08 | ~12 680 (1,630 ~90 | 0.8 | ~15 600 | 1,440 ~90 | 0.8 | ~18 550 | 1,650
(Ti-6AI-4V) SDEW JC7518
#&235~43HRC 090312(JC7550) 125 | 0.6 ~12 680|1,630| 150 | 0.6 ~15 600 | 1,440| 150 | 0.6 ~18 550 | 1,650
Titanium alloy ZER
35~43HRC
175 | 06 | ~12 630 (1,260 210 | 0.6 | ~15 500 | 1,000 210 | 0.6 | ~18 450 | 1,130
~75 | 05 | ~12 340| 820| ~90| 0.5 | ~15 300| 720 ~90 | 0.5 | ~18 270 | 810
(INcO718) = SDEW | .o
7E&35~43HRC | 090312 JC7550 125| 04 ~12 340| 820| 150 | 0.4 ~15 300 720 150 | 04 ~18 270 810
Inconel ZER ( )
35~43HRC
175 | 0.4 ~12 280| 560| 210 | 0.4 ~15 250 500| 210 | 04 ~18 230 580
2: Overhung length ap: Axial depth of cut @e: Radial depth of cut n: Spindle speed  Vf: Feed speed
Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*1. *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
* *3, If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
2. Feed speed
*4. Use air blow.
1
*3. . n Vf
*4., , MC cavity
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*2.떨림이 발생된 경우는 절입 깊이를 상기 수치보다 얕게 해 주십시오.
또는 회전 속도를 낮춰서 사용 해 주십시오.
단, 1날당 이송량은 변경하지 마십시오.
*3.기계동력부족의 경우는 우선 절입 깊이를 얕게 해 주십시오. 다음으로 n및Vf를 낮춰서 사용 해 주십시오.
*4.에어블로우에 의한 칩 제거 처리를 해 주십시오. 특히, 입형 MC에서의 cavity 가공에서는 칩 처리에 주의 해 주십시오.
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/A)IJET.

MSG-097+TRE—T# (

ALL

) MSG-09 and MSN type

0.8 | ~23 1,190 0.8 5,700
200 | 06 | ~23 [1,190 |5950| 200 | 0.6 | ~24 |1,140 |5,700
280 | 06 | ~23 990 | 4210 280 | 0.6 | ~24 950 | 4,040
SDEW ~120 | 0.8 | ~23 |1,510|7,550| ~120 | 0.8 | ~24 |1,440 |7,200
1090312 !
(SUS403,420J2,430) ZER |
13Cr%k (SDET JC7550| 200 | 0.6 | ~28 |1,510|7,550| 200 | 0.6 | ~24 |1,440 | 7,200
Stainless steel | 000312 |
(IS1 403, 47007 430 | ZDERSM) | 280 | 06 | ~23 |1,230|5230| 280 | 0.6 | ~24 |1,170 | 4,970
~120 | 0.8 | ~23 800 |1,200| ~120 | 0.8 | ~24 760 | 1,140
200 | 06 | ~23 | 800|1,200| 200 | 06 | ~24 760 | 1,140
280 | 06 | ~23 680 | 850| 280 | 0.6 | ~24 640 | 800
3 i ~120 | 0.8 | ~23 480 | 1,440| ~120 | 0.8 | ~24 450 | 1,350
(Ti-6A-4V) | SDEW | o g
35~43HRC ; 090312 3(.]07550) 200 | 06 | ~23 480 | 1,440| 200 | 0.6 | ~24 450 | 1,350
Titanium alloy | ZER |
35~43HRC :
280 | 06 | ~23 400 | 1,000| 280 | 0.6 | ~24 380 | 950
~120 | 05 | ~23 240 | 720|~120 | 05 | ~24 230 | 690
200 | 04 | ~23 240 | 720| 200 | 04 | ~24 230 | 690
280 | 04 | ~23 200 | 500( 280 | 04 | ~24 190 | 480
2: Overhung length ap: Axial depth of cut @e: Radial depth of cut n: Spindle speed  VA: Feed speed
Note:
* *1. The figure to be adjusted according to the machine rigidity or work rigidity.
1. *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
*2 *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
. Feed speed.
*4. Use air blow.
.1
*3. . n Vf
*4, MC cavity
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*1.상기 절삭 조건은 기계강성 및 워크 강성에 따라 조정 해 주십시오.
*2.떨림이 발생된 경우는 절입 깊이를 상기 수치보다 얕게 해 주십시오.
또는 회전 속도를 낮춰서 사용 해 주십시오.
단, 1날당 이송량은 변경하지 마십시오.
*3.기계동력부족의 경우는 우선 절입 깊이를 얕게 해 주십시오. 다음으로 n및Vf를 낮춰서 사용 해 주십시오.
*4.에어블로우에 의한 칩 제거 처리를 해 주십시오. 특히, 입형 MC에서의 cavity 가공에서는 칩 처리에 주의 해 주십시오.
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SKS-GII 09 type

— Recommended cutting conditions

o Shank type

90~140 90~140

~70 0.6 ~9 (1,270 (1,140| ~90 | 06 | ~15 990 |1,190| ~90 | 06 | ~18 910 | 1,370

70~120| 0.6 ~9 1,080 | 810|90-~140| 0.6 | ~15 850 | 850 (90~140| 0.6 | ~18 770 | 960

~70 | 0.6 ) 760 (1,370 ~90 | 0.6 | ~15 600 |1,440| ~90 | 06 | ~18 550 | 1,650

70~120| 0.6 ~{g) 640 | 960|90~140) 0.6 | ~15 500 | 1,000 (90~140| 0.6 | ~18 450 | 1,130

~70 | 05 ~9 380 | 680| ~90 | 05 | ~15 300 | 720 ~90 | 05 | ~18 270 | 810

70~120| 0.5 ~9 320 | 480|90~140| 0.5 | ~15 250 | 500 (90~140| 0.5 | ~18 230 | 580

2: Overhung length  @p: Axial depth of cut @e: Radial depth of cut n: Spindle speed  VA: Feed speed
Note:
1. ( BT50 ) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. . *2.In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth.
1 . *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*3. .n Vi . Feed speed.
4. MC cavity . 4. Use air blow.
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// DIJET

_ Recommended cutting conditions

° Facemill type

~150 | 0.6 | ~23 |1,190|5950|~150 | 0.8 | ~32 950 | 6,650 ~150 | 0.8 | ~33 920 | 6,440

200 | 04 | ~23 [1,190|5950| 200 | 0.6 | ~32 950 | 6,650 200 | 0.6 | ~33 920 | 6,440

250 | 0.3 | ~23 990 (4,950 | 250 | 0.4 | ~32 800 | 5,600| 250 | 0.4 | ~33 770 | 5,390

300 - - - - 300 | 03 | ~32 800 | 5,600| 300 | 0.3 | ~33 770 | 5,390

350 - - - - 350 | 03 | ~32 800 | 4,760| 350 | 0.3 | ~33 770 | 4,580

~150 | 0.6 ~23 (1,510 7,550 | ~150 | 0.8 | ~32 |1,210 | 8,470|~150 | 0.8 | ~33 |1,160 | 8,120

200 | 04 | ~23 [1,510|7,550| 200 | 0.6 | ~32 |1,210|8,470| 200 | 06 | ~33 |1,160 | 8,120

250 | 0.3 | ~23 [(1,230|6,150| 250 | 0.4 | ~32 990 6,930 250 | 0.4 | ~33 950 | 6,650

300 - - - - 300 | 03 | ~32 990 6,930 300 | 0.3 | ~33 950 | 6,650

350 - ° - - 350 | 03 | ~32 990 | 5,890 350 | 0.3 | ~33 950 | 5,650

~150 | 0.6 ~23 800 |1,200 | ~150 | 0.8 | ~32 640 | 1,340| ~150 | 0.8 | ~33 610 | 1,280

200 | 04 | ~28 800 |1,200| 200 | 06 | ~32 640 | 1,340 200 | 0.6 | ~33 610 | 1,280

250 | 0.3 | ~28 680(1,020| 250 | 0.4 | ~32 540 (1,130 250 | 0.4 | ~33 520 | 1,090

300 - - - - 300 | 0.3 | ~82 540 ({1,130 300 | 0.3 | ~33 520 | 1,090

350 - - - - 350 | 03 | ~32 540 | 950| 350 | 0.3 | ~33 520 | 910

~150 | 0.6 | ~23 480 (1,440 | ~150 | 0.8 | ~32 380 | 1,600 ~150 | 0.8 | ~33 370 | 1,550

200 | 04 | ~28 480|1,440| 200 | 0.6 | ~32 380 (1,600 200 | 0.6 | ~33 370 | 1,550

250 | 0.3 | ~23 400 |1,200| 250 | 0.4 | ~32 320 |11,340| 250 | 0.4 | ~33 310 | 1,300

300 = - - - 300 | 03 | ~32 320 | 1,340 300 | 0.3 | ~33 310 | 1,300

350 - - - - 350 | 03 | ~32 320 | 1,120 350 | 0.3 | ~33 310 | 1,090

~150 | 0.5 ~23 240| 720|~150 | 0.5 | ~32 190 | 800|~150 | 0.5 | ~33 180 | 760

200 | 0.35 | ~23 240| 720| 200 | 04 | ~32 190 | 800| 200 | 0.4 | ~33 180 | 760

250 | 0.25 | ~28 200| 600| 250 | 0.25| ~32 160 | 670| 250 | 0.25| ~33 150 | 630

300 - - - - 300 | 02 | ~32 160 | 670| 300 | 0.2 | ~33 150 | 630
350 - - - - 350 | 02 | ~32 160 | 560| 350 | 0.2 | ~33 150 | 530

2: Overhung length  ap: Axial depth of cut Qe Radial depth of cut n: Spindle speed  VA: Feed speed

. Note:

.1 . ( BT50 ) *1. The figure to be adjusted according to the machine rigidity or work rigidity.

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

1 . *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*3. .on W . Feed speed.
4. MC cavity . *4. Use air blow.
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Qo

Facemill type

SKS-GII 09 type

2/2
(mm)  Tool dia.
63 66 80
Work materials e - No. of teeth 8N No. of teeth 8N No. of teeth ON
nse 0.
a6es ap ae n . Ve 2 ap ae n Vi ap ae n Vi
(mm) | (mm) | (mm) |(min™) (mm/min)| (mm) | (mm) | (mm) |(min™) {mm/min) (mm) | (mm) | (mm) |(min™) {mm/min)
~150 | 0.8 | ~43 760 | 6,080 | ~150 | 0.8 | ~46 720 | 5,760 | ~150 | 0.8 | ~59 600 | 5,400
SDEW 200 | 06 | ~43 760 | 6,080| 200 | 0.6 | ~46 720 |5,760| 200 | 0.6 | ~59 600 | 5,400
(SUS304,316,317) OQZOEQSZ
17Cr% (SDET JC7550| 250 | 0.4 | ~43 630 |5040| 250 | 04 | ~46 600 {4,800 250 | 0.4 | ~59 500 | 4,500
Stainless_s_teel 090312
(s )| ZDERSM) 300 | 0.3 | ~43 | 630|5040| 300 | 0.3 | ~46 | 600 |4,800| 300 | 03 | ~59 | 500 | 4,500
350 | 03 | ~43 630 | 4,280| 350 | 0.3 | ~46 600 |4,080| 350 | 0.3 | ~59 500 | 3,830
~150 | 0.8 | ~43 960 | 7,680 | ~150 | 0.8 | ~46 920 |7,360 | ~150 | 0.8 | ~59 760 | 6,840
SDEW 200 | 06 | ~43 | 960|7,680| 200 | 0.6 | ~46 | 920|7,360| 200 | 0.6 | ~59 | 760 | 6,840
(SUS403,42042,430) 0920E3F:2
13Cr&k (SDET JC7550| 250 | 0.4 | ~43 780 |6,240| 250 | 0.4 | ~46 750 |6,000| 250 | 0.4 | ~59 620 | 5,580
Stainless steel
Ferritics/Martensitic Ui
(AISI 403, 42042, 430) | ZDER-SM) 300 | 03 | ~43 780 |6,240| 300 | 0.3 | ~46 750 |6,000| 300 | 0.3 | ~59 620 | 5,580
350 | 03 | ~43 780 |5,300| 350 | 0.3 | ~46 750 | 5,100 | 350 | 0.3 | ~59 620 | 4,740
~150 | 0.8 | ~43 510 1,220| ~150 | 0.8 | ~46 480 | 1,150 | ~150 | 0.8 | ~59 400 | 1,080
200 | 0.6 | ~43 510|1,220| 200 | 06 | ~46 480 |1,150| 200 | 0.6 | ~59 400 | 1,080
SRR JC7518
Super duplex 090312 250 | 04 | ~43 430 | 1,030| 250 | 0.4 | ~46 410| 980| 250 | 04 | ~59 340 | 920
stainless steel ZER (JC7550)
a0 300 | 03 | ~43 | 430|1,030| 300 | 03 | ~46 | 410| 980| 300 | 03 | ~59 | 340| 920
350 | 03 | ~43 430 | 860| 350 | 0.3 | ~46 410 | 820| 350 | 0.3 | ~59 340 | 770
~150 | 0.8 | ~43 300 |1,440| ~150 | 0.8 | ~46 290 1,390 | ~150 | 0.8 | ~59 240 | 1,300
200 | 06 | ~43 300 | 1,440 200 | 06 | ~46 290 |1,390| 200 | 0.6 | ~59 240 | 1,300
(Ti-6AI-4V) SDEW JC7518
35~43HRC': 090312 JC7550 250 | 04 ~43 250 1,200 250 | 04 ~46 240 |1,150| 250 | 0.4 ~59 200 | 1,080
Titanium alloy ZER ( )
R 300 | 03 | ~43 | 250|1,200| 300 | 0.3 | ~46 | 240 |1,150| 300 | 03 | ~59 | 200 | 1,080
350 | 0.3 | ~43 250 | 1,000| 350 | 0.3 | ~46 240 | 960| 350 | 0.3 | ~59 200 | 900
~150 | 0.5 | ~43 150 | 720|~150 | 0.5 | ~46 140 | 670(~150 | 0.5 | ~59 120 | 650
200 | 04 | ~43 150 | 720| 200 | 0.4 | ~46 140 | 670| 200 | 04 | ~59 120 | 650
(INCO718) SDEW S
35~43HRC: 090312 250 | 0.25| ~43 130 | 620| 250 | 0.25| ~46 120 | 580| 250 | 0.25| ~59 100 | 540
Inconel ZER (JC7550)
o AHRe 300| 02 | ~43 | 130| 620| 300 | 02 | ~46 | 120| 580| 300 | 02 | ~59 | 100 | 540
350 | 0.2 | ~43 130 | 520| 350 | 0.2 | ~46 120 | 480| 350 | 0.2 | ~59 100 | 450
2 Overhung length @p: Axial depth of cut Qe: Radial depth of cut n: Spindle speed  V&: Feed speed
. ( BT50 ) qu.[%w figure to be adjusted according to the machine rigidity or work rigidity.
2. . *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
a1 *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
.n Vi Feed speed

Kb
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cavity

*4. Use air blow.
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DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, M1 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608
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WARNING: Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.
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