PRODUCT DIJET

NEWS eavodmi-gl) iy

No. 553 "AERO-CHIPPER-MINI" MAM type
"AERO-CHIPPER" MAL/ALX type

(Y
U—ZHERE  MAME | MALALXE I
b WED25-514T:916~042 MED25—
WAR74547: 50~ $63
Ry sINT BHENIT AUAJVIIT EE<DOIT

EV-imZE#EEED
TILS - FRUMIIcERiE]

HHT
INRA AL =
MAME:

OWEy

<o TIETvF IEBA20t



IZD0Fv)\—- AERO-CHIPPER

EVEE. MMEREEDTILS -FRY
mREE - SEENIOZHELR

Feature 4 “Possible to high precision & high efficient machining
of product for aIl{minium & titanium alloy in aerospace tooling & electric vehicle.
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High metal remova fficient machining.

MAL ﬂ:/ -*L:\:_ Circle Key
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Insert has a key for high velocity revolution specification.
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Ramping & helical interpolation is possible.
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I70O0Fy/x\—== MAM Aero-chipper mini MAM type
INBLA V¥ — b DB TR

Multl blades W|th small inserts.
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PF"““‘*“ High precision inserts by Full grinded peripheral.

INEA Y =FTH. BV TERTEITFREL
IEEMIREZXR

MAX ap — 8mm S Achieved high accurate finishing of both side wall and bottom surface.

O—7— RIGSERGENRROMER] 6. R2.0% =1 > v T
Corner radius, R0.4, R0.8, R1.6 and R2.0 are available.

I70Fv/N\—MAL#H;  Aero-chipper MAL type
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Bkl | . True 90 degrees shoulder milling by high accuracy inserts and body.
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Adopted ultra-rigid and improved body durability “G-Body” .

MAX.ap=15mm J—+—RI%. R0.2. RO.4. R0.8. R1.2. R1.6. R2.0. R2.5.
’ ‘ R3.0. R3.2. RO ESA>F v -

- , SR e Corner radius, R0.2, R0.4, R0.8, R1.2, R1.6, R2.0, R2.5,
F A Ny . » . R3.0, R3.2 and R4.0 are available.
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Adopted GN surface-hardening treatment on thermal resistant high strength steel gives hlgh hardness ‘over 65HRC
and secure insert pocket and holder against thermal deformation, improved body durability and tool life. .

Make it difficult to be damaged even under service cutting conditions. )

Also rust-proof and anti-welding effect is much improved.
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t’] ﬁ“ﬁﬁg Cutting performance

I7O0Fy/N—== MAM# Aero-chipper mini MAM type

. 37 CTEENN THEEE LLBR Machining accuracy . PN E LS Comparison of machining surface quarity

T CEENN TSR (ap=6mm, fz=0.05mm/t)
Accuracy comparison on machined wall D I J ET
Bllv)3%L Remains «  —BUVAH (um) Over cut
-45 -40 -35-30 -25 -20 -15-10 -5 0 5 10

Q 4t Competitor Q

SBITEALE (mm) Measuring location

( ) ( )

#HI+ : AT075 Material #HI¥ : A7075 Material

A% — & FZ05 @IER P16 A% — & FZ05 @IER :d16

Insert grade Tool dia. Insert grade Tool dia.

OIHIR M OIHIRMA :
Cutting conditions Cutting conditions
£=70(mm) Vf=1,200 (mm/min) n=12,000 (min-") £=70(mm) Vf=1,200 (mm/min) n=12,000 (min-")
ap=6(mm)(2 [EltJiA#) ae=0.5(mm) ) L ap=4(mm) ae=0.5(mm) )

6emmRJICEWTIITEMTIEEIX frstRISIMIEICIHD,
Qtt26umicxL6pum (¥1/4) MAMIZINTER .

AERO-CHIPPER MINI showed Competitor Q has a line.
4 times better accuracy. MAM achieved a beautiful finished surface.

B BIHIIN TE LB Comparison of machining surface of slotting

#HU#4 : A5052 Material
= - A% —FMTEFZ05 @IER 1025
o Insert grade Tool dia.
M OISR
Cutting conditions
£=150(mm) Vf=1,200 (mm/min) n=9,000 (min-")
ap=2.5(mm) ae=25(mm)
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In case of groove processing,
a surface of 3 tooth type ®25 is better.
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I7H0Fy/N\—MALH,  Aero-chipper MAL type

. I CTEENNI TR LEER Machining accuracy

AL CEEAN T#E R (@p=15mm, fz=0.4mm/t)
Accuracy comparison on machined wall

Hl*)5&L Remains «+ —&ULVWAHK (um) Over cut
4 0 2 10 9 102 D w o TR 925
! : ! : : 1o Tool dia o )
(DUET:EZa5—AvEk+
F—=IVBE v > o 7—N\THEE—#0)
MAL+MSN(carbide shank)

o#HI44:A5056

-’ -: :- ""l ------- work material

n=20,000(min-")
Vc=1,570(m/min)

ap=15(mm) EIAH) two times
ae=3(mm)

Wet,Down cut

BIEAIE (mm) Measuring location

1I5SmmBEICEWTILTEMTIHEIZ
Btt6opmicxtL13um (¥91/4)

AERO-CHIPPER showed
4times better accuracy.




ITr0Fv) AERO-CHIPPER

ig I:II=II:I m% Line up

I7O0Fy/N—== MAM# Aero-chipper mini MAM type

WED2S—A\YFE1T
Modular head type

@ /—SUhRfFE
Through coolant hole

4
|
1y
1
[
|||
[ ]
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#Db

<t3% (mm) Dimensions ER & Parts
& EE | I FARREERE KA A —b P — o
Hlawt S o S
Cat. No. Stock i’r\mlgégg $Dc Lf | Db | MD C w Max, s(;rlmgle)speed inserts Clajmp screw Wrench
MAM-2016-M8 2 16 23 14 M8 8 12 40,000
e TSW-2556H
MAM-3020-M10 o 3 20 30 18 | M10 9 14 40,000
MAM-3025-M12 [ ) 3 25 35 22 | M12 | 11 19 40,000
MAM-4025-M12 [ ) 4 25 35 22 | M12 | 11 19 40,000
MAM-4028-M12 4 28 35 | 236 | M12 | 11 19 36,000
bt XOET0803**PDFR A-08
MAM-4030-M16 ( J 4 30 43 27 | M16 | 12 22 34,000
TSW-2567H
MAM-5032-M16 o 5 32 43 29 | Ml6 | 12 22 33,000
MAM-5035-M16 ( J 5 35 43 32 | M16 | 14 26 31,000
MAM-6040-M16 o 6 40 43 32 | Ml6 | 14 26 28,000
MAM-6042-M16 o 6 42 43 32 | Ml6 | 14 26 27,000
@AX—FA—TEES  Standard stock items = ® y
) 1 Ao — MEAHAATHO E A 7527RL #RLT (N-m)
2. EV25— Ay ROREEHTF ML IIE P12 ZTBRIES L, Clamp screw Recommended torque
3 IEEYHIRMAIE P21 XU P22 ZIBBIES,
4. GIHIERE 1,000m/min W ETSERDBA . 7— /N RIS EEHIRET EEFHOHDE VR IZR G6.3 UMICHE I, TSW-2556H 11
o ; é‘\‘ecait;esr:ea;Jea;l;pr;:grv:s:;rﬁtrr‘gsnzfvj tightening torque.. TSW-2567H ’

3. Please see page 21, & 22 for Cutting conditions
4. In case to use cutting speed over 1,000m/min, please adjust the arbor with the folder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors(JIS B 0905).



I7O0Fy/N\—== MAM Aero-chipper mini MAM type
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5 BEa® s+3% (mm) Dimensi
& Y it imensions
Cat. No. Tolerance
FZ05 RE L W1 S C
XOET080304PDFR o 0.4 12.5| 6.8 3.2 1.7
XOET080308PDFR E [ ) 0.8 12.5| 6.8 3.2 3
XOET080316PDFR o 1.6 12.5| 6.8 3.2 2.9
XOET080320PDFR o 2.0 12.5| 6.8 3.2 3

@A—N—FERER  Standard stock items
17 —2Z10fBAD T, 10inserts per case



AERO-CHIPPER

ig I:II=II:I m% Line up

I70AFy/\— ALX F2 Aero-chipper ALX type
WARTRAT ISR

Facemill type ;
O/—SUIRfE ; |
Through coolant hole g 3 ‘ o 3 4
< < | <
G-Body;
b
2
Lt
~+3% (mm) Dimensions o
5147 & wE | m HERE | m2 | v+
Type Cat. No. Stock | ihoels | @Dc | Lf | @Db | od [ @edl | a | b | @ (min) | oot inserts
Max, spindle speed
TR ALX4050R o 4 50 50 45 22.225 16.5 8.4 5 20 24,000 0.4
1FHARX
Inch Bore ALX5063R o 5) 63 50 50 22.225 17 8.4 5 20 21,000 0.6 XOGT1605*PD'R
‘ljr};%f;( ALX4050R-22| @ 4 50 50 45 22 17 10.4 6.3 20 24,000 0.4
Metric Bore | ALX5063R-22| @ S) 63 50 50 22 17 10.4 6.3 20 21,000 0.6
@X—H—FEEF  Standard stockitems
) LARKICA Y —MIBEHRAATHD EE A Bi&m  Parts
2.3—7 R3,R3.2 1> H— b2 EAT 35S 3 KBS HEBI—FIC RLS5 &7cld CL2 ZEMIL TS, 55 TRl L
&1, O—F RAAH— MEfERT BBAIRARERTI—F R2.6 (23 ZEMT LT L, e “F
3 ADEMIREE P23BET P25 ETBRLE T, Clamp screw | Wrench
4. IEIEEE 1,000m/min U ETTEADHE R 7=\ RILZZSHIRE T BERHOHDEVREFR 66.3 URICHEZ SV,
5.2019 £ 2 BBES &D. LU FELVY S TRUBEFEHILA (MOLY) I AMIC AR LER A (BIF) Bl E RO T L, DSW-4085 | A-15T
Note) 1. All cutters are supplied without inserts.
2. Attention to use 3mm or3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.
Also attention to use 4mm corner radius; Body must be modified to 2.6mm radius or 2.3mm chamfer at corner. 75‘/719[; ?Eﬁ |~)L7 (N . m)
3. Pl 23, & 25 for Cutti di
4. Ineczsszstzexissgcilling speedotr)vet:(gl?[?Ogsnnlrr:t\‘lsnps\ease adjust the arbor with the folder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors(JIS B 0905) Clamp screw Recommended torque
5. All cutters are supplied without wrench & MOLY since February 2019 for our stock production. DSW-4085 36
& < 7 — -
W IRATITIZ1R g
End mill type G50
= S »
0/—S hRftE / = — e
Through coolant hole
22
L
<F3% (mm) Dimensions sxE=
i TE | A EERE | 7707 | LUF S > —b
Cat. No. Stock | inefls | #De 22 L D1 $Ds LIy Clamp screw Wrench inserts
Max, spindle speed
ALXM1020S20 [ ] 1 20 35 110 19.2 20 15,000 DSW-4075H
ALXM2025S25 [ J 2 25 50 125 24 25 40,000
ALXM2028S25 | @ | 2 28 50 125 26.9 25 36,000 a5 | xoGT108 PR
ALXM2032S32 [ J 2 32 50 150 BSOS 32 33,000 DSW-4085
ALXM2035S32 [ J 2 35 50 150 333 32 31,000
ALXM3040S32 ([ 3 40 80 170 38 32 28,000
@X—FA—TEEF  Standard stockitems
) 1 Ao Y — NEHEAAATH D Ft A —. N : R
2. 0—7 R3,R3.2 A Y — 2 EMAT 35S F KB IHEBI—FIC RLS5 F72iE CL2 ZEMIL TS, 7C|7/7hb aﬁﬁ F)LZ (dNt m)
Flod—F R Y — MEBERT 3B RIRRMBERII—F R2.6 (23 ZBMIL T, amp screw ecommended torque
3 FEHIRMIE P.23B LUV P25 TBRIEEL, DSW-4075H
4. YIRS 1,000m/min M ETTEADBEIE, 7— /S L SR BHIRET, DEHRONO B ETER G6.3 LRI T, SW-4075 16
5.2019 F 2 ARESD LD LUFELVI T TR UBRESAEH LA (MOLY) IBEIKICABUVLEEA (BIFE) IR ERHIIEE L, DSW-4 ’
Note) 1. All cutters are supplied without inserts. SW-4085

2. Attention to use 3mm or3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.
Also attention to use 4mm corner radius; Body must be modified to 2.6mm radius or 2.3mm chamfer at corner.
3. Please see page 23 , & 25 for Cutting conditions
4. In case to use cutting speed over 1,000m/min, please adjust the arbor with the folder within grade G6.3 of the rotating machines-balance quality requirements of rigid rotors(JIS B 0905).
5. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
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I70OFv/N\—MALH,  Aero-chipper

& — "
WE>I27—AYF c VD
Modular head type N
@U—SUhRFE /
Through coolant hole G'B@dy @ a
— _ /_ - )
{ o
L __ I AARARARR Cg
15
Lf
<} (mm) Dimensions SRR
& £ ﬁ]#}( EEEE | II7VIRY | LT HGA =k
BE N Stock | insers | #De Lf $Db MD ¢ w (n‘.'in-l) Clamp screw Wrench inserts
Max, spindle speed
MAL-1020-M10 (] 1 20 35 19.5 M10 9 14 15,000 DSW-4075H
MAL-2025-M12 o 2 25 85 24 M12 11 19 40,000
MAL-2028-M12 o 2 28 35 24 M12 10 19 36,000
MAL-2030-M16 ([ J 2 30 43 28 M16 12 22 34,000 A-15 XOGT1605*“PD*R
DSW-4085
MAL-2032-M16 o 2 32 43 29 M16 12 22 33,000
MAL-2035-M16 ([ J 2 85 43 29 M16 12 22 31,000
MAL-3040-M16 ([ 3 40 43 32 M16 14 26 28,000
@A—F—FEEES  Standard stockitems
) LAEICA Y — MIEHRAATHDEE A = . .
2.0~ R3,R3.2 134 — MEEAT BHA I AEHET—FIC RLS $72/3 CL2 BBMTLTUEE L, 252780 | EELLS (N-m)
7:.0— R — MEREAT BBARAHEHBI—F R26 C23 BEMIL TR I, Clamp screw | Recommended torque
3 IREYIHIRMAISE P.24 BXU P26 ZIBBIIE S,
4. ETHBERE 1,000m/min W ECSEADHAE . 7— N AL ESHIRET, EIEMRONDE VR ISR 66.3 UAICEER I, DSW-4075H
5.2019 £ 2 ABERED, LFBETYS> T RUBS ST (MOLY) FAMHIZHBUEL A (3I7). B BRB LT, 36
Note) 1. All cutters are supplied without inserts. DSW-4085
2. Attention to use 3mm or3.2mm corner radius; Body must be modified to 1.5mm radius or 1.2mm chamfer at corner.
Also attention to use 4mm corner radius; Body must be modified to 2.6mm radius or 2.3mm chamfer at corner.
3. Please see page 24 , & 26 for Cutting conditions.
4. In case to use cutting speed over 1,000m/min, please adjust the arbor with the folder within grade G6.3 of the rotating hi bal quality requi of rigid rotors(JIS B 0905)
5. All cutters are supplied without wrench & MOLY since February 2019 for our stock production
"":l- rl' > — BESS [PVDI-F1vY <3 imensi
. x‘ lb\{ /-U- I~ e e uncoactled Lo sF3% (mm) Dimensions
Insert Cat. No. Tolerance FZ05 JC5118 RE L W1 S C
XOGT160502PDFR [ J - 0.2 | 208 |11 5 2.5
XOGT160504PDFR [ - 0.4 [21.0| 11 5 2.4
XOGT160508PDFR [ - 0.8 [21.0]| 11 5 2.4
FZ05 XOGT160512PDFR [ - 12 (209 |11 5 2.5
XOGT160516PDFR [ - 16 207 |11 5 2.6
XOGT160520PDFR ([ ] - 2.0 | 206 | 11 5 | 28
XOGT160525PDFR [ - 25 120011 5 3.4
XOGT160530PDFR ([ ] - 30 | 20111 5 | 33
XOGT160532PDFR G [ J - 32 |199]109| 5 35
JC5118 XOGT160540PDFR A 40 | 192|109 | 5 4.3
XOGT160502PDER [ ] 0.2 | 20811 5 2.5
XOGT160504PDER - o 04 | 21111 5 2.3
RE
/ S XOGT160508PDER - [ ] 0.8 |21.0 11 5 2.4
XOGT160512PDER - o 12 | 209 | 11 5 2.5
c XOGT160516PDER - ® 1.6 | 207 11 5 | 26
= XOGT160520PDER = ° 20 [206|11 | 5 | 28
XOGT160530PDER - [ ] 3.0 | 201 (11 5 33
L XOGT160532PDER - o 3.2 | 19.9 | 10.9 5 85

@ X—HTEEES Standard stock item Y #ESMERE S (#9HA 10 B~ 2 38R3) stock in Europe(14days delivery upon ordering) 1 47—2 10 {BA DT, 10inserts per case

8
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MEE—# xva5-~y rBEF—LBES v 2T —IN)

BIVRIINSYI2A4T
End mill shank type

AERO-CHIPPER

MSN Carbide shank arbor

<F3% (mm) Dimensions

0/—SULRfE i E (kg) | &
Through coolant hole rﬁ Cat. No. Stock [¢Ds| €1 | L |¢D1| 6n° | MD |¢D2 Weight

O@SHERMT MSN-M8-20-S16C ® | 16|20 75155 - M8| 4 | 017 | 1

For high productivity (e MSN-M8-40-S16C 1640 |95 [155] - [m8| 4 [022] 1

MSN-M8-40T-S20C @ |20 |40 |100(14.5| 3°30' | M8| 4 | 036 | 2

MSN-M8-77T-S20C @ |20 (|77 |143[145| 1°45' | M8 | 4 | 049 | 2

MSN-M8-80-S16C ® | 16|80 |135[155| - M8| 4 [ 032 1

‘}-* ‘§ 4 MSN-M8-120-S16C | ® |16 |120|175[155] - |Ms| 4 |042] 1

JrTE— 7 R 4 MSN-M8-152-S16C | @ |16 [152207(155] - |M8| 4 | 051 1

MSN-M10-20-S20C @ (202080 (195 - M10f 4 | 029 | 1

MSN-M10-40-S20C ® |20(40]|100[195] - |[M10| 4 |039] 1

MSN-M10-40T-S20C | @ | 20 | 40 |100(18.5| 0°43' |M10| 4 | 039 | 2

Fig 1 L D2 H—FURREE Coolant hole dia MSN-M10-70-S20C ® |20 (|70|130(195| - [M10| 4 |05 |1

= MSN-M10-85T-S25C | @ |25 |85 [161(185| 2° [M10| 4 |09 | 2

MSN-M10-90-S20C ® | 209 |150(19.5| - |[M10| 4 |06 | 1

MSN-M10-90T-S20C | @ | 20 | 90 |150(18.5| 0°19' |M10| 4 | 0.58 | 2

MSN-M10-140-S20C | @ |20 [140|200(19.5| - [M10| 4 |08 | 1

MSN-M10-140T-S20C| @ | 20 [140|200(18.5| 0°12' |M10| 4 | 0.77 | 2

@2 H—5U M RGE MSN-M10-160-S20C | @ | 20 [160|220(19.5| - |M10| 4 | 0.87 | 1

Fig.2f/§ Coolantholedia. * | \SN-M10-210-S20C | @ |20 |210(270(19.5| - |M10| 4 | 107 | 1

‘ R — MSN-M12-25-S25C ® |25(25]|90 [24 - |M12[ 6 | 053] 1

MSN-M12-55-S25C @® | 25|55 |120(24 - M12[ 6 | 0.72 | 1

MSN-M12-100T-S32C| @ | 32 |100|180(23.5| 2° ([M12| 6 | 161 | 2

MSN-M12-105-S25C | @ | 25 [105|170 24 - |M12[ 6 | 103 1

MSN-M12-135-S25C | @ | 25 |135|215/|24 - M12[ 6 |13 | 1

MSN-M12-155-S25C | @ | 25 |155 (220 |24 - M12f 6 | 134 | 1

MSN-M12-200-S25C | @ | 25 |200 | 265 |24 - M12f 6 | 1.58 | 1

MSN-M16-25-S32C @ (322590 (29 - M16( 8 | 0.85| 1

MSN-M16-55-S32C @ |[32]55](120(29 - M16f 8 | 1.13 | 1

MSN-M16-77-S32C @ | 3277|157 29 - |m16| 8 | 147 1

MSN-M16-97-S32C ® | 32|97 (17729 - |Mm16| 8 | 164 1

MSN-M16-105-S32C | @ | 32 | 10517029 - |m16| 8 | 159 1

MSN-M16-117T-S32C| @ | 32 [117|197(29 | 0°38' |M16| 8 | 1.88 | 2

MSN-M16-127-S32C | @ | 32 | 127207 |29 - |m16| 8 | 189 1

MSN-M16-127T-S32C| @ | 32 [127]|207(29 | 0°30' |M16| 8 | 223 | 2

MSN-M16-155-S32C | @ | 32 | 155220 |29 - |m16| 8 | 204 1

MSN-M16-177-S32C | @ | 32 | 17725729 - |m16| 8 | 232 1

MSN-M16-177T-S32C| @ | 32 [177|257[29 | 0°23' |M16| 8 | 2.78 | 2

MSN-M16-195-S32C | @ | 32 | 195|260 |29 - M16( 8 |24 | 1

MSN-M16-197T-S32C| @ | 32 [197(277|29 | 0°23' |M16| 8 |3 2

MSN-M16-225-S32C | @ | 32 | 225|290 |29 - M16( 8 | 257 | 1

MSN-M16-245-S32C | @ | 32 |245|31029 - M16( 8 | 2.74 | 1

MSN-M16-295-S32C | @ | 32 |295 360 |29 - |M16| 8 | 317 1

@X—H—FEEF  Standard stockitems

) EVAS—AVROBRMHFMILIIE 12 R—SETBRIESE W,

Note) Please see page 12 for recommended tightening torque




MEE—# xva5-~vrEt—LEELv>27-) MSN Carbide shank arbor

WAL= 7—=N21T

Straight arbor type s+ (mm) Dimensions =
0/—SUtridE 1% us (ke)
Through coolanthole  (~ 2 Caiich Stock | @Ds | L MD | D2 |yeight
@ERERMT MSN-M8-87S-S14C [ 14 87 VE] 4 |0.16
For high productivity MSN-M8-137s-14C | @ | 14 | 137 | ms | 4 [o26

MSN-M8-97S-S15C [ 15 97 VE] 4 o021

MSN-M8-147S-S15C | @ | 15 | 147 | M8 | 4 |[0.33

MSN-M8-197S-S15C | @ 15 197 | M8 4 | 044

r——-» . MSN-M8-107S-S16C | @ 16 107 | M8 4 | 027
'*-——-— - el MSN-M8-157S-S16C | @ 16 157 M8 4 0.4
MSN-M10-130S-S18C| @ 18 130 | M10 4 0.42

MSN-M10-190S-S18C| @ 18 190 | M10 4 0.62

MSN-M10-240S-S18C| @ | 18 | 240 | M10 | 4 | 0.89

o D2 H—5UMRE Cootant hole i MSN-M10-130S-S20C| @ | 20 | 130 | M10 | 4 |0.53
MSN-M10-190S-S20C| @ | 20 | 190 | M10 | 4 |0.78

1 MSN-M10-250S-S20C| @ | 20 | 250 | M10 | 4 |1.02
MSN-M12-185S-S23C| @ | 23 | 185 | M12 | 6 | 0.98

MSN-M12-265S-S23C| @ | 23 | 265 | M12 | 6 |1.42

MSN-M12-185S-S24C| @ | 24 | 185 | M12 | 6 | 1.07

MSN-M12-265S-S24C| @ | 24 | 265 | M12 | 6 | 1.54

MSN-M12-145S-S25C| @ | 25 | 145 | M12 | 6 |0.91

MSN-M12-215S-S25C| @ | 25 | 215 | M12 | 6 | 1.36

MSN-M12-285S-S25C| @ | 25 | 285 | M12 | 6 | 1.8

MSN-M16-160S-S28C| @ 28 160 | M16 8 |[122

MSN-M16-230S-S28C| @ 28 230 | M16 8 1.77

MSN-M16-310S-S28C| @ 28 310 | M16 8 2.41

MSN-M16-157S-S32C| @ 32 157 | Mle6 8 1.61

MSN-M16-217S-S32C| @ 32 217 | Mle 8 2.22

MSN-M16-287S-S32C| @ 32 287 | Mle 8 2.94

MSN-M16-357S-S32C| @ 32 357 | Mle 8 3.66

@A—HN—TEEMR  Standard stock items
&) EVa5—AYROMREMHLOIE 12 R—DETBREE L,

Note) Please see page 12 for recommended tightening torque

TRE—H(BES v I/ — BTN
[BT/HSK> v> & 517])
I3CB55H'5

Please scan the following QR code for the other arbor
(MSA type integrated carbide shank).
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IZD0Fv)\—- AERO-CHIPPER

i% Eﬁ*ﬂ&; Line up

m8[E G-Body (£va25-~vrmaF-Lov>o7-1) MGN G-Body steel shank arbor

O SHIED OMAEICENSG-Body
@ a—h2A17
OLEHLESHEVINIPRMIEFOYIDS Tl CHICKBMBXHRICIE,

AZXAMNT A=V RICHEBNTEEG-Body (RF—=ILov 2 0) ZHBEWLET,
eAdopted ultra-rigid and improved body durability "G-Body"
eShort type
eCost-effective and high strength steel shank arbor

BIVRINYI2A4T
End mill shank type

@U/—FUrRTE
Through coolant hole

G-Body,
o w Coolant hole dia
=
f e
L - - [ ) g[
\ b | ‘
\ L
~13%& (mm) Dimensions -
R 1£E (k;
Cat. No. Stock | ¢Ds | £1 L ¢D1 | On° MD | ¢D2 Weight
MGN-M8-17-S16 [ ] 16 17 97 15.5 — M8 4 0.13
MGN-M10-30-S20 o 20 30 100 19 — M10 4 0.21
MGN-M12-35-S25 o 25 35 105 24 - M12 4 0.36
MGN-M12-85-S25 [ ] 25 85 165 24 — M12 4 0.57
MGN-M16-37-S32 [} 32 37 107 29 - M16 6 0.56
MGN-M16-77-S32 [} 32 77 157 29 — M16 6 0.83

@A—HN—TERER  Standard stock items
3F) 1. EVa5—AvRUEE G-Body A B HEROIHIRMFIE. 21 R—I~DIFEHIREREZTOIFERE V.
2. EPa5—AYROHEREHMLIIE 12 R—UETBRIES L,

Note) 1. In case of using modular head combined with MGN steel shank, apply the recommended cutting conditions sheet (see page 21)
2. Please see page 12 for recommended tightening torque.

11



EVAT— NI ERALOEEFER

Attention

// DIJET

A TZa5—~uk BMYFFEEDER Atention to mounting head and MSN/ MGN shank arbor.

BED25—AYFEHFHTFEIE  Tightening procedure

@;&# Cleaning

EVAT—AYF A—IEBES Y7 —/\THEE—#I(HL
KFERF—IWVov2 97—/ \[TEEG-Bodyl) DR E T 7 —
[STHERIESLY,

Remove dirt and chips with air from the connecting thread and face of

modular head and MSN/MGN shank arbor.

@1{R#EsH Initial Tightening

FROICT, EVAF—AYFRBEEA VBB Y07 —

NIEE—BIB LR F—IV v 07—\ [TEE

G-Body DB AN K =5 FE TIR#HHL TS,

Tighten by hand until the head and the shank arbor faces touch.

@FHHH - Fx v Final Tightening

VYU A= RNFHLLITERAR /T (DSEL )T,

REFIETHKYLEEERSERHHHL TS, FREA

BN EZFERESLY,

Tighten slowly with torque control spanner wrench or DIJET DS type

spanner wrench and confirm that there is no gap.

GEYR&EOE T IEISIRELHHIRE TABDH T HE.

LA LY SEREAHYES,

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

A\ EEEE o
1. ANFIEMV U=V 25F, HLFERR AT (0S84 )% T
RSV ATV EESBEZE),

2. AT (&, Dt A RIS oY ERERS B TARRHIZELY,
3 EVAT—AYREA—VBEY v )7 —\[TEE—#I(H LR F—IL
Doy 7—[BEEG-Body)DIREEEASE T, RENRNILE

i

Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench
2. Please gently apply pressure on wrench.
3. Please confim that there is no gap between MSN/MGN shank arbor and modular

RLHAX ORIV Z &8 W(mm)
Thread Tightening torque Spanner size
M6 8.0N=m 8%, 10
M8 16N=m 12%
M10 16N-m 14,15
M12 20N=m 17,19
M16 25N=m 22, 26

. ANFFED2T—AVFEAEICEHBLTEYER A, BIRERHIE,
2. LAV bA— LR NFREDRE, ED215—AYFO_ER(WTHR) BV
CHEEMB T CHBIESWNEES 25— AVFTERR—CBR),
( RANFI2&> TREMEENBEL BHFEANBY ET.)
3. ZEIREW=83LF1 2GRNSR DED 25— AYFICDEFELTIE, ERR/F
DS-84L<IEDS-12Z2ZMELTHEYET,

Note) 1. Modular heads are supplied without spanner wrench.

2. In case of choosing torque control spanner wrench,confirm that the wrench

size is match to the dimensions W & C of each modular head.

(There are some cases that modifying the thickness of spanner wrench is necessary)
3. Y mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

TEE—B(ED2A5—~NYFRA—LBE v 07—/ DBREROEE

NEOIGEDED 15— ~YFEERTIEEE. HEEYTImMmL LEROMVRE —BEEEL TS,

Selection of "MSN Carbide shank arbor"

PUST O HRAHFICKY, BE—RAHRTIBEREBYETS,

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

@Dc- D1 =1mm TEFE

TAE—OEE: ¢D:

MSN carbide shank
neck diameter

EDaAT—AYFOFIE: ¢Dc

Modular head tool diameter

HYF7 520 Z0.5mmEl EiHE

Clearance necessary

more than 0.5mm

YYST EIRET B0, 9—F Uk,
I770—DEREHRLET,

Coolant or air blow is recommended for

flushing the chips.

A\ BEEHAILSE ~QERYHIFEEDER Caution for the mounting to shrink fit arbor.
F—IWBE Y V7 —N\[FEE—RIEED 17— AVFEREEDHRIL T TEATIRE. ED25—~AYFERETLT,

[rEE—RIDAHZHE(LHLTRY M TS,

~YRDIYFHTIE, HEEHEIZFTFo TS,

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

mounting a modular head.

Please mouunt a modular head after shrinking fit operation.

) AYRERFEERZEDHEITSE AYFPL Y= THIKLKEZEABYFET,
Note)in case of shrink fit MSN shank+modular head together,it will be difficult to loose due to heat desipation.

12
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I X207 AERO-CHIPPER

7J|] IEWJ Cutting data

I70OFv/IN\—== MAM

OF7INEZILEEDRTY MEDAFIN T Pocket milling for aluminum alloy

Aero-chipper mini MAM type

AT AL Work

¥ Part name

EB&H Parts

#HIA Material

TILZIEE A5083

FEZ Hardness

T E Tool

752 Tool No.

MAM-4025-M12

F v THZE Insert No.
AFE Grade

XOET080308PDFR (FZ05)

& Cutting conditions

BENRRYED 0D BEHHEIZRK
Q=216cm?®/min. SRERMI %R,

AERO-CHIPPER MINI removed maximum Q=32cc/min.
No chattering on such thin shape work.

EERE | p 11,600 (min™)
Spindle speed
YIRIRE Ve 910 (m/min)

Cutting speed

;ﬁ!’fﬁ, 4 9,600 (mm/min)
ol B 02 (mm/)
Feed

ap 1.5 (mm)
& 15 (mm)
£—5*h Coolant KA AR (RIEBHEH)

Watercoolant (internal)

{EFREM Machine

IIHMC  VerticaMc

@F7INE=ZOLEEDS T E—R—ILHIDH L Rugby ball for aluminum alloy

INIZZFR Partname

BRMI | R—LERELF
rough machining semi-finishing of
of base curved surface

TN I

3 Cutting conditions

Available in the semi-finishing of 5 axis.

Cutting speed

FWANTAHFE Work #WHIA Material T7ILZ&& A5083
FEZ Hardness —
53 Tool No. MAM-2016-M08
T8 Tool P
Y R ert e XOET080308PDFR (FZ05)
EERE ) g 12,000 (min")
Spindle speed
SRIRE | Ve 603 (m/min)

*VRE Vi

4,800 (mm/min)

Feed speed
I 02 (mm/1)
Feed
ap 4 (mm) 3 (mm)
ae 3 (mm) 0.5 (mm)

27—k Coolant

KA ML (PEBHA7H)

Watercoolant (internal)

{E R Machine

ILHEMC (58Hy) Vertical MC(5 axis)




// DIJET

T 70Fv/\— ALX/MAL 2 Aero-chipper ALX/MALtype

OF7NEZVLEEDRT Y MEDIAF NI Pocket milling for aluminum alloy

.
ZZHLET 1 338mm ng i
over hung length B,
; § 2/ ZH5 Partname | T> <> /\"7< >4 Engine housing
R g
3 Al WINTHE Work | B Materia 7ILSB% A606L
e j?
/3) “ FEZ Hardness -
3 a % Tool No. MAL-2032-M16
2\‘ & F T HZE Insert No.
2?/[ IHAE Grode XOGT160508PDFR (FZ05)
7 B3R n 1,600 (min™)
2 Spindle speed ’
THBEE |\, 100 (m/min)
Cutting speed

2% Cutting conditions

EEHL 10D OMITTRASHEIFET—HET

PNIREZh.

Successful machining of 10D overhang from
rough machining to finishing in one shot.

RUEE |\

800 (mm/min)

Feed speed
R f 0.32 (mm/Y)
Feed
ap 0.2 (mm)
ae 21 (mm)
KB ML (PR AR H)

J—2>h Coolant

Watercoolant (internal)

{EFAEM Machine

IIHMC  VerticaMc

@F R EEDEA T — BN Titanium alloy(thin shape work)

ZHLET  100mm
over hung length

Z#K Partname

MZRHEER SR Aircraft parts

_______ a HANTATA Work KA Material Ti-6AI-4V
"’,o’ E BEE Hardness 41HRC
e 1
e 1 50 4% Tool No. ALX5063R
""— : IE e 9”/7‘7{3% Insert No.
......... v 1 HAFE Grade XOGT160508PDER (JC5118)
]
10 i EEEE | p 200 (min")
nd B ! Spindle speed
H 300 YIHIRE Ve 40 (m/min)

ERT—I Do FEARELAZRSaeld

89 THBA0>20= 1025 T LA T,

&% Cutting conditions

BRBEAIALDODOYDOLTFHHERIR KX

Q=32cm3/min, ;ERT—I THUUDIEL RiF.
AERO-CHIPPER removed maximum Q=32cc/min.
No chattering on such thin shape work.

Cutting speed

RUEE |,

100 (mm/min)

Feed speed
1HL)DE)E | ¢ 0.1 (mm/t)
Feed
ap 8 (mm)
ae 40 (mm)

97—k Coolant

KB ML (5} EBAGH)

Water soluble (external)

{EFAEM Machine

ALFSMC Vertical MC

14



IZD0Fv)\—- AERO-CHIPPER

70 O 7 7 ’f )L’JHIH%GJEE\EIE Attention for profile milling

I7O0Fy/N—== MAM# Aero-chipper mini MAM type

S E I II Ramping AUABJLIEI Helical interpolation

¢Dh

. ¢Dh i

I88 ¢Dc |

Tool dia. 4 | s

%2 L
my
Ll
t

¢Dc
. re
. S S % L
dc
@BFEEREE L 57E Tool cutting length L=ap/tane
ERLDEERE
LIEIMIRE. DD OEDBEFEMIROTORAFI-L TR, @=L SADEHE Calouaton of ool passdi O—FLODIAH RSN EATIAB RS AT
Note: - o .
*1. In case of ramping, apply 70% or less feed per tooth from full slotting ¢dC = ¢Dh - ¢DC [%pﬁ’u“fk:fe?:\;l;rtmjf:ﬁ)ﬁ;);EXCEEd max. depth of cut ap.
Y—JUJCRE TR I8®&
Tool pass dia. Bore dia. Tooldia.  @W—)L)\ZADEEEA@IFFVVAYNIEDELS
REFETEIDICLTLZE L,
Dowin outting s recommended, so ool pass rotation should be
S>> IRamping AUFAILIE (I T Helical interpolation
IE@mMT RATHAH - o e BLAR TE BLA =2
BE TaRmeD | R Raap | ENEE | ERURARECD | mana | mivE | EARE | KUUSORS
Cat. No. Toallalf Eff. Cutting dia. Max.depth U= 1 < ®Dh min. ®Df min. @Dh max. Z(mm)
(mm) of cut (mm) R ramp:ng L(mm) Through hole Flat bottom Through hole Max. drilling
angle Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
ap Dh min(mm) Df min(mm) Dh min(mm)
MAM-2016-M8 16 15.1 5 18 15.4 20 29 31 2.5
MAM-3020-M10 20 19.1 5 14 20.1 28 37 39 2.5
MAM-*025-M12 25 24.1 5 10 28.4 38 47 49 2.5
MAM-4028-M12 28 27.1 5 8.5 335 44 53 55 2.5
MAM-4030-M16 30 29.1 5 7.5 38.0 48 57 59 2.5
MAM-5032-M16 32 311 5 7 40.7 52 61 63 2.5
MAM-5035-M16 35 34.1 5 6 47.6 58 67 69 2.5
MAM-6040-M16 40 39.1 5 5 57.2 68 7 79 2.5
MAM-6042-M16 42 41.1 5 5 57.2 72 81 83 2.5
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// DIJET

XOETO080308PDFR

S>>l T Ramping A AILIN@F I T Helical interpolation
EEEMT RAHAH - - N BLN TE BLR =N
— Tamep | FIEE Faap | BAME | BAGRGRZED) | g | mavE | BARE | VUSRS
Cat. No ;(;O‘ dia Eff. Cutting dia. Max.depth PO () MIFHOYIHSES ¢®Dh min. ®Df min. oDh max. Z(mm)
. . (mm) of cut (mm) e ram;lmg ‘L(mm) Through hole Flat bottom Through hole Max. drilling
angle 8 Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
ap Dh min(mm) Df min(mm) Dh min(mm)
MAM-2016-M8 16 14.3 5 18 15.4 20 28.5 31 2.5
MAM-3020-M10 20 18.3 5 14 20.1 28 36.5 39 2.5
MAM-*025-M12 25 23.3 5 10 28.4 38 46.5 49 2.5
MAM-4028-M12 28 26.3 5 8.5 33.5 44 52.5 55 2.5
MAM-4030-M16 30 28.3 5 7.5 38.0 48 56.5 59 2.5
MAM-5032-M16 32 30.3 5 7 40.7 52 60.5 63 2.5
MAM-5035-M16 35 333 5 6 47.6 58 66.5 69 2.5
MAM-6040-M16 40 38.3 5 5 57.2 68 76.5 79 2.5
MAM-6042-M16 42 40.3 5 5 57.2 72 80.5 83 2.5
S > E >4 Il Ramping ADAILYEB NI Helical interpolation
IEEEMT RAUHAHA - - N BLIN T BLIN 52N
wE TREeDC BTAERE FEap BAEH | BADRAREGER) | g BRE BARE | RUUSORS
ot o ool din Eff Cutingdia. | Max.depth BE6 () MTEOTRIES ¢Dh min. ®Df min. Dh max. Z(mm)
o : (mm) of cut (mm) LS rampnmg .L(mm) Through hole Flat bottom Through hole Max. drilling
angle 8 Total cutting length at Max. Min. hore dia. Min. bore dia Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
MAM-2016-M8 16 12.7 5 18 15.4 20 27 31 2.5
MAM-3020-M10 20 16.7 5 14 20.1 28 35 39 2.5
MAM-*025-M12 25 21.7 5 10 28.4 38 45 49 2.5
MAM-4028-M12 28 24.7 5 8.5 335 44 51 55 2.5
MAM-4030-M16 30 26.7 5 7.5 38.0 48 55 59 2.5
MAM-5032-M16 32 28.7 5 7 40.7 52 59 63 2.5
MAM-5035-M16 35 31.7 5 6 47.6 58 65 69 2.5
MAM-6040-M16 40 36.7 5 5 57.2 68 75 79 2.5
MAM-6042-M16 42 38.7 5 5 57.2 72 79 83 2.5
S > E>4 I IRamping AFAILIRB 13 IN T Helical interpolation
EEEMT RALIAHA - - N ELN T BLIN =R
E TREDC e mEap BAEE | BADAAREGED) | g BRE BARE | RUUSIRS
Cat. No Tool dia Eff. Cutting dia. Max.depth BED (’g) MIEOYRIES ®Dh min. &Df min. @Dh max. Z(mm)
' : (mm) of cut (mm) e rampﬂ\ng .L(mm) Through hole Flat bottom Through hole Max. drilling
angle 6 Total cutting length at Max. Min. hore dia. Min. bore dia Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
MAM-2016-M8 16 11.9 5 18 154 20 26.5 31 2.5
MAM-3020-M10 20 15.9 5 14 20.1 28 34.5 39 2.5
MAM-*025-M12 25 20.9 5 10 28.4 38 44.5 49 2.5
MAM-4028-M12 28 23.9 5 8.5 335 44 50.5 55 2.5
MAM-4030-M16 30 25.9 5 7.5 38.0 48 54.5 59 2.5
MAM-5032-M16 32 279 5 7 40.7 52 58.5 63 2.5
MAM-5035-M16 35 30.9 5 6 47.6 58 64.5 69 2.5
MAM-6040-M16 40 35.9 5 5 57.2 68 74.5 79 2.5
MAM-6042-M16 42 379 5 5 57.2 72 78.5 83 2.5




IZD0Fv)\—- AERO-CHIPPER

70 a 7 7 ’f )L’JHIH%GJE%:EIE Attention for profile milling

I 7HAFy/\— ALX/MAL 2 Aero-chipper ALX/MALtype

S E >IN Ramping AUABJLINEI Helical interpolation

L ¢Dh #Dh

+
TEf ¢Dc
—J Tool dia.
©
$dc
OBEIEBETTE Tool cutiing length  L=gp/tand @— LI KRBT Calculation of ool pass dia. O—FLUDDYIABEE NEAIAH RS A
BREDIEEE — — HMEBEVKSICLTLZE W,
SO AT — T L7 DOED B E FEM TR OT0%M FIo LT S0, Y (Ijg?;qx (b}rgh (igg Depth of cut per one circuit should not exceed max. depth of cut ap.
*Z,¥9>ﬁﬁ/xf>b2ﬂﬂli\~—ﬂ§T:DV)_%Dg’&q..OSmml)l-Fl:L'C(T:'EL\o To_o\ pass d\az Bore?}a. Too’l-cdi: @V IL)ADEESEIRIYUAYNEDES
N?sﬂ.[??znﬁ/ZT/I/ZSML;\Miﬁ?]ﬂl’é{:rf&o'((f:T.‘L\e RS EDICLTL L,
*1. In case of ramping, apply 70% or less feed per tooth from full slotting. ES\Y‘:‘Q;‘;&QEV‘\IS‘;Cummendeu’ 50 tool pass rotation should be
*2.n case of titanium alloy & stainless steel, feed per tooth up to 0.05mm is recommended.
*3. In case of titanium alloy & stainless steel, recommended wet cutting.
XOGT160502PD*R
S > E >4 NI Ramping A AL F I T Helical interpolation
EEMT | BAURS | o BLR T BLR Bx
g TREDC e R ap ;;‘f’i f}é‘fﬂ;ﬁ%ﬁﬁfaﬁ) B BE BARE | FUUL RS
Cat.N Tool di Eff. Cutting dia. Max.depth U= ~ = ¢Dh min. &Df min. @Dh max. Z(mm)
at. No. oordia. Max. ramping L(mm) e
(mm) of cut (mm) R ) Through hole Flat bottom Through hole Max. drilling
angle 8 Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
ap Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 49.5 8 4 114.4 85 96 99 3
ALX5063R** 63 62.5 8 3 152.6 111 122 125 3
ALXM1020/MAL-1020 20 19.5 8 16 279 25 36 39 3
ALXM2025/MAL-2025 25 24.5 8 11 41.2 34 46 49 3
ALXM2028/MAL-2028 28 27.5 8 9 50.5 41 52 55 3
ALXM2030/MAL-2030 30 29.5 8 8 56.9 45 56 59 3
ALXM2032/MAL-2032 32 315 8 7 65.2 49 60 63 3
ALXM2035/MAL-2035 35 34.5 8 6 76.1 56 66 69 3
ALXM3040/MAL-3040 40 39.5 8 5 91.4 66 76 79 3
XOGT160504PD*R
<> E>4 I Ramping AFAILIE (I THelical interpolation
EEMT | BAURS | _ e BLR TE BLR X
BE TREeD. | THEE e ap ;;f}i f}ffﬁﬁ;@fﬁff’ BIE | BIRE | BARE | RUULORS
Cat N Tool di Eff. Cutting dia. Max.depth == : < ¢Dh min. ¢Df min. @Dh max. Z(mm)
At No. ool dia. Max. ramping L(mm) i
(mm) of cut (mm) B Through hole Flat bottom Through hole Max. drilling
angle 8 Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 49.1 8 4 114.4 85 96 99 3
ALX5063R** 63 62.1 8 3 152.6 111 122 125 3
ALXM1020/MAL-1020 20 19.1 8 16 27.9 25 37 39 3
ALXM2025/MAL-2025 25 24.1 8 11 41.2 35 47 49 3
ALXM2028/MAL-2028 28 27.1 8 9 50.5 41 53 55 3
ALXM2030/MAL-2030 30 29.1 8 8 56.9 45 56 59 3
ALXM2032/MAL-2032 32 31.1 8 7 65.2 49 60 63 3
ALXM2035/MAL-2035 35 34.1 8 6 76.1 56 67 69 3
ALXM3040/MAL-3040 40 39.1 8 5 91.4 66 7 79 3
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/ DIJET

XOGT160508PD*R

S>>l T Ramping A AJLINEF I T Helical interpolation
EEEMNT RAHAH BLN TE BELIN =N
) e BTEE R ap BAMES | BADRART@D) | g | mivE | BARE | RUULURS
C%f I.Tfldec Eff. Cutting dia. Max.depth P60 (R0) MIFHOYHIES ®Dh min. ®Df min. ¢Dh max. Z(mm)
oLt oode (mm) of cut (mm) ks A L(mm) Through hole Flat bottom Through hole Max. drilling
angle 8° Total cutting length at Max. oo ia Min. bore dia. Max. hore dia. depth
&y Dh min(mm) DFf min(mm) Dh min(mm)
ALX4050R** 50 48.3 8 4 114.4 85 96 99 3
ALX5063R** 63 61.3 8 3 152.6 111 122 125 3
ALXM1020/MAL-1020 20 18.3 8 16 27.9 25 36 39 3
ALXM2025/MAL-2025 25 23.3 8 11 41.2 35 46 49 3
ALXM2028/MAL-2028 28 26.3 8 9 50.5 41 52 55 3
ALXM2030/MAL-2030 30 28.3 8 8 56.9 45 56 59 3
ALXM2032/MAL-2032 32 30.3 8 7 65.2 49 60 63 3
ALXM2035/MAL-2035 35 333 8 6 76.1 56 66 69 3
ALXM3040/MAL-3040 40 38.3 8 5 91.4 66 76 79 3
XOGT160512PD*R
S > E >4 1T Ramping A ALY NI Helical interpolation
IEEEMT RATHAH BLIN T BLIN =N
y 8 TR oo BARE | BATRSRE@D) | g BIRE BARE | RUUSORES
c%ﬁ Ifi;wc Eff Cutingdia. | Max.depth BE6 () MIEOYIRIES ¢Dh min. ®Df min. Dh max. Z(mm)
o e (mm) of cut (mm) | M ramping Wpiwia) Through hole Flat bottom Through hole Max. driling
angle 6° Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
ap Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 47.5 8 4 114.4 85 96 99 3
ALX5063R** 63 60.5 8 3 152.6 111 122 125 3
ALXM1020/MAL-1020 20 17.5 8 16 27.9 25 36 39 3
ALXM2025/MAL-2025 25 22.5 8 11 41.2 35 46 49 3
ALXM2028/MAL-2028 28 25.5 8 9 50.5 41 52 55 3
ALXM2030/MAL-2030 30 27.5 8 8 56.9 45 56 59 3
ALXM2032/MAL-2032 32 29.5 8 7 65.2 49 60 63 3
ALXM2035/MAL-2035 35 325 8 6 76.1 56 66 69 3
ALXM3040/MAL-3040 40 37.5 8 5 91.4 66 76 79 3
XO0GT160516PD*R
S > E> 4 IRamping AFAILIRSB 13 I0 T Helical interpolation
EEEMT RATHA A ELN T BLIN =R
, o THEE gl ap BAMBH | BADRHRS@D) | g BANE BANE | RUUSTRSE
c%f If ﬁ@c Eff. Cutting dia. Max.depth B0 (2) MIFHOTHERS ®Dh min. ®DFf min. 9Dh max. Z(mm)
o e (mm) of cut (mm) ST My Through hole Flat bottom Through hole Max. drilling
angle 6° Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 46.7 8 4 114.4 85 96 99 3
ALX5063R** 63 59.7 8 3 152.6 111 122 125 3
ALXM1020/MAL-1020 20 16.7 8 16 27.9 25 36 39 3
ALXM2025/MAL-2025 25 21.7 8 11 41.2 35 46 49 3
ALXM2028/MAL-2028 28 24.7 8 9 50.5 41 52 55 3
ALXM2030/MAL-2030 30 26.7 8 8 56.9 45 56 59 3
ALXM2032/MAL-2032 32 28.7 8 7 65.2 49 60 63 3
ALXM2035/MAL-2035 35 31.7 8 6 76.1 55 66 69 3
ALXM3040/MAL-3040 40 36.7 8 5 91.4 65 76 79 3




IZ0Fv)\—- AERO-CHIPPER

70 O 7 7 ’f )L)]I]IH%O);I%EIE Attention for profile milling

T 70OFw/\— ALX/MAL #2 Aero-chipper ALX/MALtype

XOGT160520PD*R

S>> il Ramping A AL F 0 I Helical interpolation
EEMT | BARG | o | BLR T ELR B
nE Tamepe |  FHEE Raiop | BAME | BXORARGD) | gang | mivie | BARE | FUUSORE
o i Eff. Cutting dia. Max.depth L (;g) MIFHOYHEIES ¢Dh min. Df min. Dh max. Z(mm)
(mm) of cut (mm) e rampomg .L(mm) Through hole Flat bottom Through hole Max. drilling
angle & Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
&y Dh min(mm) DFf min(mm) Dh min(mm)
ALX4050R** 50 459 8 4 114.4 84 95 99 3
ALX5063R** 63 58.9 8 3 152.6 110 121 125 3
ALXM1020/MAL-1020 20 15.9 8 16 27.9 25 35 39 3
ALXM2025/MAL-2025 25 20.9 8 11 41.2 35 45 49 3
ALXM2028/MAL-2028 28 23.9 8 9 50.5 41 51 55 3
ALXM2030/MAL-2030 30 25.9 8 8 56.9 45 55 59 3
ALXM2032/MAL-2032 32 27.9 8 7 65.2 49 59 63 3
ALXM2035/MAL-2035 35 30.9 8 6 76.1 55 65 69 3
ALXM3040/MAL-3040 40 35.9 8 5 91.4 65 75 79 3
5> E > I Ramping AVUFILIREBF 0 I Helical interpolation
E@EmmMT BRAYHAA o y o N ELIN PR &L BK
nE Tamepe | PR Faiap | B | BAMDAREED | gice | sl | BARE | KUUSURS
ot Mo, ool dio. Eff Cutingdia. | Max.depth BEO () MTEOTHIES $Dh min. $DFf min. Dh max. Z(mm)
(mm) of cut (mm) | Max-rameing Ui Through hole Flat botiom Through hole Max. driling
angle ® Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 44.9 8 4 114.4 84 94 99 3
ALX5063R** 63 57.9 8 3 152.6 109 120 125 3
ALXM1020/MAL-1020 20 14.9 8 16 27.9 25 34 39 3
ALXM2025/MAL-2025 25 19.9 8 11 41.2 34 44 49 3
ALXM2028/MAL-2028 28 22.9 8 9 50.5 40 50 55 3
ALXM2030/MAL-2030 30 24.9 8 8 56.9 44 54 59 3
ALXM2032/MAL-2032 32 26.9 8 7 65.2 48 58 63 3
ALXM2035/MAL-2035 35 29.9 8 6 76.1 54 64 69 3
ALXM3040/MAL-3040 40 34.9 8 5 91.4 64 74 79 3
XOGT160530PD*R
S > E >4 NI Ramping A AL @V H0 T Helical interpolation
EEMT BAYHAH - . - N BLIN FE ELIN =K
S Tamepc | FMEE Rorap | EAEE | BAORIRIGD) | gie | mive | BANE | RUUYORS
Cat. No. Tool dia. Eff. Cutting dia. Max.depth Ao (Jg) MTEOYHIRS ¢®Dh min. ¢Df min. @Dh max. Z(mm)
(mm) of cut (mm) e Y _L(mm) Through hole Flat bottom Through hole Max. drilling
angle ® Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
&y Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 439 8 4 114.4 84 94 929 2
ALX5063R** 63 56.9 8 3 152.6 110 120 125 2
ALXM1020/MAL-1020 20 13.9 8 16 27.9 25 35 39 2
ALXM2025/MAL-2025 25 18.9 8 11 41.2 34 45 49 2
ALXM2028/MAL-2028 28 21.9 8 9 50.5 40 50 55 2
ALXM2030/MAL-2030 30 23.9 8 8 56.9 44 54 59 2
ALXM2032/MAL-2032 32 25.9 8 7 65.2 48 58 63 2
ALXM2035/MAL-2035 35 28.9 8 6 76.1 55 64 69 2
ALXM3040/MAL-3040 40 33.9 8 5 91.4 64 74 79 2
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XO0GT160532PD*R

S > E >IN Ramping A AL F T Helical interpolation
IEEEMNT RAYIAR i ELN FE LI =FN
y . kR e an BAEH | BATRARI@D) | g BE BARE | RUUL RS
c%f IT ﬁwc Eff. Cutting dia. Max.depth B0 () MIEHOYHES ®Dh min. ¢Df min. 9Dh max. Z(mm)
& e oo da (mm) of cut (mm) Max. ramping L(mm) Through hole Flat bottom Through hole Max. drilling
angle 8° Total cutting length at Max. | v (oo ia. Min. bore dia. Max. hore dia. depth
el Dh min(mm) DFf min(mm) Dh min(mm)
ALX4050R** 50 43.5 8 4 114.4 83 94 99 2
ALX5063R** 63 56.5 8 3 152.6 109 120 125 2
ALXM1020/MAL-1020 20 135 8 16 27.9 25 34 39 2
ALXM2025/MAL-2025 25 18.5 8 11 41.2 34 44 49 2
ALXM2028/MAL-2028 28 21.5 8 9 50.5 40 50 55 2
ALXM2030/MAL-2030 30 23.5 8 8 56.9 44 54 59 2
ALXM2032/MAL-2032 32 25.5 8 7 65.2 48 58 63 2
ALXM2035/MAL-2035 35 28.5 8 6 76.1 54 64 69 2
ALXM3040/MAL-3040 40 33.5 8 5 91.4 64 74 79 2
S > E > BT Ramping A AL F I T Helical interpolation
EEMT | BAYRS | e ELA FE B BA
E TEEeD AHEE B ap Bxia | BXTRASRE@D) | g)em BVE BARE | RUUSURE
can ;_de(p © | e cutingda | Maxdepth | EEOED MIFHOYHIES $Dh min. &Df min. Dh max. Z(mm)
o e (mm) of cut (mm) | Max rameing i Through hole Flat bottom Throughhole | Max. drillng
angle 6 Total cutting length at Max. Min. hore dia. Min. bore dia. Max. hore dia. depth
@ Dh min(mm) Df min(mm) Dh min(mm)
ALX4050R** 50 41.9 8 4 114.4 82 92 99 1.5
ALX5063R** 63 54.9 8 3 152.6 108 118 125 1.5
ALXM1020/MAL-1020 20 11.9 8 16 27.9 24 32 39 1.5
ALXM2025/MAL-2025 25 16.9 8 11 41.2 33 42 49 1.5
ALXM2028/MAL-2028 28 19.9 8 9 50.5 39 48 55 1.5
ALXM2030/MAL-2030 30 219 8 8 56.9 43 52 59 1.5
ALXM2032/MAL-2032 32 239 8 7 65.2 47 56 63 1.5
ALXM2035/MAL-2035 35 26.9 8 6 76.1 53 62 69 1.5
ALXM3040/MAL-3040 40 319 8 5 91.4 63 72 79 1.5
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E—Eﬁﬂ] ﬁl]%ﬁl E ﬁ“ U Recommended cutting conditions for shoulder milling

AERO-CHIPPER

I7OFv/IN\—== MAM

BMEDaT5—A\Yy FMAM +BEE—fl (£sa5—~AvrBA— BB v> 2 7—I)

Aero-chipper mini MAM type

MAM head type and MSN type carbide shank holder

e,

BHIDE—7R)

T E7&(mm) Tool dia.

HE3E 16 20 25
WHIHA Ak
Work Materials e FE No.of teeth 2N T No.of teeth3N F ¥ No.of teeth3N
Grades I3 ap apXae n vf 2 ap apXae n vf 2 ap apXae n Vf
(mm) (mm) | (mm2) | (min’) [(mm/min)| (mm) (mm) | (mm2) [ (min'l) |(mm/min)|[ (mm) (mm) | (mm2) | (min') [(mm/min)
FILS=ZULES 50 8 32 17,900 | 5,370 60 8 40 14,300 | 6,440 75 8 50 11,500 | 5,180
IR || e 80 6 15 | 17,900 | 5370 | 100 6 18 | 14300 | 6440 | 125 6 24 | 11,500 | 5,180
Aluminium Alloy
50-110HB 130 4 6 14,300 | 4,290 160 4 8 11,500 | 5,180 200 4 10 9,200 | 4,140
T E4%(mm) Tool dia.
i 25/28 30
WHIA AF—h
Work Materials HHiE FI No.of teeth4N FIEK No.of teeth4N
Grades 2 ap apXae n Vf 2 ap apXae n Vf
(mm) [ (mm) [ (mm2) | (min'}) |(mm/min)[ (mm) | (mm) | (mm2) [ (min) |(mm/min)
TILIZULER 75 8 50 11,500 | 6,900 90 8 60 9,500 | 5,700
ERESLETES ) e PR 6 24 | 11,500 | 6,900 | 150 6 30 | 9,500 | 5700
Aluminium Alloy
50-110HB 200 4 10 9,200 | 5,520 240 4 12 7,600 | 4,560
T E4%(mm) Tool dia.
i 32/35 40/42
WHIA At~k
Work Materials M@ FIE No.of teethSN FIH No.of teeth6N
LRE &
Grades ? ap apxae n v I3 - B n v 2: 32F K LR Overhung length
(mm) (mm) | (mm2) | (minY) [(mm/min)| (mm) (mm) | (mm2) | (min-1) |(mm/min) ap : BBEYBAAES Axial depth of cut
FAI=ILAES 100 8 64 | 9,000 | 6750 | 100 8 80 | 6,000 | 5400 | ae: EAmUIABES Radial depth of cut
BES0-LI0HB | b7y | 169 6 30 | 9,000 | 6,750 | 160 6 36 | 6000 | 5400
Aluminium Alloy ? ’ ? y n : TEEEREE Spindle speed
50-110HB
260 4 12 7,200 | 5,400 260 4 16 4,800 | 4,320 VE : D Feed speed
) Note)

1. EERUIHISAHE BIRRAINE S LU — JBIMICIE CTREBILE S L,

2. UUDHRELIBAIE MAAHR S 7 ERBELO BRI LTLESW H2WWEEEREEZ T TEAKE TV,
3. BB AR ROBEIF. FTWAHREEEL TV RIS n BLU VE 2 FIFTRALE S L,

4. KBMEHIHO CERAEHRLE T,

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

4. Use of water soluble cutting oil is recommended.

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




EEEID

I70O0Fy/N\—== MAM Aero-chipper mini MAM type

HE225—AY FMAMA +TBE—# (Eva5—~vERA—LBES v~ 57— 1)
MAM head type and MSN type carbide shank holder

T E7&(mm) Tool dia.

N -2 16 20 25
Gl ) P S
Work Materials | 4478 FH Noof teeth2N FH No.of teeth3N FIH No.of teeth3N
Grades [ ap ae n Vf ) ap ae n Vf [ ap ae n Vvf

(mm) (mm) (mm) | (min-) [(mm/min)|[ (mm) (mm) (mm) | (min“1) [(mm/min)| (mm) (mm) (mm) | (min-1) [(mm/min)

TS LaAS 50 5 11 | 17,900 | 5370 60 5 14 | 14300 | 6,440 75 5 175 | 11,500 | 5,180
B TE50-110HB
F205 80 25 11 | 17,900 | 5370 | 100 25 14 | 14300 | 6,440 | 125 25 175 | 11,500 | 5,180

Aluminium Alloy

50-110HB 130 1 11 14,300 | 4,290 160 1 14 11,500 | 5,180 200 1 17.5 9,200 | 4,140

T B1%(mm) Tool dia.

e 25/28 30
HHIM PN
Work Materials & FIH No.of teeth4N FI#K No.of teeth4N
Gt [ ap ae n Vf 2 ap ae n Vf

(mm) | (mm) (mm) | (min“Y) [(mm/min)| (mm) | (mm) (mm) | (min-1) [(mm/min)

FLSmLAS 75 | 5 175 | 11,500 | 6900 | 90 | s 21 | 9500 | 5700
BES0-LI0HB | oo [ 935 | 25 | 175 | 11500 | 6900 | 150 | 25 21 | 9,500 | 5,700

Aluminium Alloy

50-110HB 200 1 17.5 9,200 | 5,520 240 1 21 7,600 | 4,560

T E#&(mm) Tool dia.
HE3g 32/35 40/42
HWHIA Aotk
Work Materials e FI# No.of teeth5SN FIH No.of teeth6N
2: ZZEFH LR T Overhung length
Grades ? ap ae n Vf 2 ap ae n Vf REHLRY gleng
(mm) | (mm) [ (mm) [ (mind) |(mm/min)[ (mm) | (mm) [ (mm) | (minl) |(mm/min) ap | EFEYIAAES Axial depth of cut
TIIZULER 100 5 225 9,000 | 6,750 100 5 28 6,000 | 5,400 ae ! FEHMEYBAZRE Radial depth of cut
FEE50-110HB
Auminium Aloy FZ05 160 2.5 22.5 9,000 | 6,750 160 2.5 28 6,000 | 5,400 n: TEEEEE Spindle speed
50-110HB 260 1 22.5 7,200 | 5,400 260 1 28 4,800 | 4,320
’ ’ ? ! Vf 1 3% DR Feed speed
i) Note)
1. FERUIMIEM S ERRME S U7 —IRIMEICIE L TREIZE W, 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. UUDHDRELIBE R VIAHREE LEBELDBERLTLIESW HIVIZEEEEZ TIFTEMAIZEW, 2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed
JHHBNTEDBEIE. FTURAAFRIERLTLIETVORIC n BLUVF 2 FIFTEALLES L, 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
4. BYHIDBE 3 BREE S L TEDRE I EEBED 70%ICTFIFTREI L, 4. In case of full slotting, recommend to reduce the spindle speed and feed speed to 70% of above figures.

5. KAMYHIRO CERE#ELES, 5. Use of water soluble cutting oil is recommended.
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*}iﬁﬂ] ﬁl]%ﬁ: E ﬁ“ (') Recommended cutting conditions for shoulder milling

I70Fv/N—ALX

WART7EATIFM1R

Facemill type

AERO-CHIPPER

Aero-chipper ALX type

T E4%(mm) Tool dia.

#e1m 50 63
Kt 1oH—h
Work Materials g T No.of teeth 4N FI# No.of teeth 5N
Grades 2 ap apXae n Vf 2 ap apXae n Vf
(mm) (mm) | (mm2) | (min’Y) [(mm/min)| (mm) (mm) | (mm2) | (min-l) [(mm/min)
FILI=ILES 100 15 150 | 5700 | 4,560 | 100 15 225 | 4,500 | 4,500
“Eﬁmlggf FZ05 150 12 9 | 5,700 | 4,560 150 12 168 | 4,500 | 4,500
50-110HB 200 9 54 | 5700 | 4560 | 200 9 108 | 4,500 | 4,500
2331 28 (5Us304) 100 10 80 640 260 | 100 10 120 510 260
Eggfnfeos'giﬁ Jcs118 | 150 8 48 640 260 | 150 8 88 510 260
Below 250HB 200 6 27 640 260 | 200 6 54 510 260
FH as 100 15 120 380 120 | 100 15 180 300 120
‘%%Zii;‘iﬁo’jc Jcs118 | 150 12 72 380 120 | 150 12 132 300 120
35-43HRC 200 9 40 380 120 | 200 9 81 300 120
) Note)

1. EERUTHIRMIE MBI S S U7 — VBIRICISCTREIZ T L,

2. UUDHRELIBRIE MAHRT 2 ERBELDBRLTLESW B2 VEEEEREZ T TRAIE TV,

3. BABAFRDOHBE I FITWAHREEEL TR T VRIS n LU VI Z FIFTRAIE SV,

4. TIEZVLAR TFRUEEOMIIE AR O CEREHELET,

W IRLTITIZAR

e,

BHIDE-7R)

2: 32 H LK Overhung length

ap : BAAEYHAARES Axial depth of cut

ae ! ¥EHMYBAARE Radial depth of cut
n ! TEEERE Spindle speed

Vf 13X D #E Feed speed

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

2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed.

3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed
4. When machining aluminium alloy or titanium alloy, use of water soluble cutting oil is recommended.

End mill type
T E7&(mm) Tool dia.
Heig 20 25/28
HH 1H—h
Work Materials M@ FIE No.of teeth IN FI#K No.of teeth 2N
Grades [ ap apXae n vf {4 ap | apxae n Vf
(mm) (mm) | (mm2) | (min) [(mm/min)| (mm) (mm) | (mm2) | (min) [(mm/min)
TILIZULESR 35 12 40 14,300 | 1,430 50 15 5 11,500 | 4,600
BE50-110HB | pz05
Aluminium Alloy
50-110HB 60 9 25 14,300 | 1,430 75 12 48 11,500 | 4,600
2T VL AW (SUS304) 35 2 12 1,590 160 50 10 40 1,270 250
S e
tainless steel
Below 250HB 60 1.2 12 1,590 160 5] 8 24 1,270 250
FRUEE 35 4 12 950 76 50 15 60 760 120
FEE3543HRC | oo
Titanium Alloy
35.43HRC 60 2.5 12 950 76 75 12 36 760 120
T E4%(mm) Tool dia.
e 32/35 40
HHI 1Y—h
Work Materials M@ F)E No.of teeth 2N FI#K No.of teeth 3N
Grades [ ap apXae n Vf {4 ap | apxae n Vf
(mm) (mm) | (mm2) | (min’Y) [(mm/min)| (mm) (mm) | (mm2) | (min) [(mm/min)
TINEZULEE 50 15 120 9,000 3,600 80 15 125 7,200 4,320
F#350-110HB FZ05
Aluminium Alloy
50-110HB 100 12 60 9,000 3,600 120 12 75 7,200 4,320
27 VL ZH (SUS304) 50 10 60 990 200 80 10 65 800 240
B0 | csrrg
tainless steel
Below 250HB 100 8 30 990 200 120 8 40 800 240
FRUEE 50 15 96 600 96 80 15 100 480 120
FEE3543HRC | oo
Titanium Alloy
35-43HRC 100 12 48 600 96 120 12 60 480 120
) Note)

1. EERUTHISRM IS MBI S K U7 — VBIKICISC TREIZ S L,

2. VUDHRELIBEIE TIAHRSZ EEBELOHRL TSV H2VEEEREE FIFTRAI S L.

3. BABAFRDHE I FTMWAHRTEEL TS VRIS n LUV Z FIFTEAIE T L,

4. TINEZUVLRR FEUEEOMIIE ACEETEI RO CERZHELET,

2: 38F K LE S Overhung length

ap | WA MEYBAAES Axial depth of cut

ae ! FERAMYIAHFRE Radial depth of cut
n . TEEEEE Spindle speed

Vf © 3XDIRFE Feed speed

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



// DIJET

I70O0Fvy/N—MALR  Aero-chipper MAL type

HE2a25—AY FMALFE +EE—fl ®va5—~v @@ v~ 57— 1)
MAL head type and MSN type carbide shank holder

T E4%(mm) Tool dia.

i 20 25/28
HHIA S =k
Work Materials HE FIEK No.of teeth 1IN FIEK No.of teeth 2N
Grades 2 ap apXae n Vf 2 ap apXae n Vf
(mm) | (mm) | (mm?) | (mind) |(mm/min)[ (mm) | (mm) [ (mm?) | (minl) |(mm/min)
FILSZULAS 60 12 40 14,300 | 1,430 75 15 75 11,500 | 4,600
BECS50-110HB | 705 100 9 18 | 14,300 | 1,430 125 12 36 | 11,500 | 4,600
Aluminium Alloy
160 5 8 11,500 | 1,150 200 6 15 9,200 | 3,680
2TV L A3 (SUS304) 60 8 20 1,590 160 75 10 40 1,270 250
BEC250HBUF | jcs118 | 100 6 10 1,590 160 | 125 8 20 1270 | 250
Stainless steel
Below 250HB 160 3 4 1,270 130 200 4 8 1,020 200
FaLEE 60 12 32 950 76 75 15 60 760 120
BES35-43HRC | o518 [ 100 9 15 950 76 | 125 12 30 760 | 120
Titanium Alloy
35-43HRC 160 5 6 760 61 200 6 12 610 98
T E%(mm) Tool dia.
i3 30/32/35 40
HHIM A=k
Work Materials WMiE FIE No.of teeth 2N FI# No.of teeth 3N
(Geets e ap apXae n Vf 2 ap apXae n vf
(mm) (mm) | (mm2) | (min’) [(mm/min)| (mm) (mm) | (mm2) | (min-1) [(mm/min)
FILS=ILAS 100 15 96 9,000 | 3,600 100 15 120 6,000 | 3,600
FEE50-110HB
Aleminium Aloy F205 160 12 48 9,000 | 3,600 160 12 60 6,000 | 3,600 ¢ 2% LES Overhung length
50-110HB 260 6 18 7,200 | 2,880 260 6 24 4,800 | 2,880
27 YL A3 (SUS304) 100 10 50 990 200 100 10 65 660 200 ap : EAEYBAARS Axial depth of cut
BE2SOHBAT | yostig | 160 8 24 990 [ 200 | 160 8 32 660 | 200 e A o
Below 250HB 260 4 | 10 800 | 160 | 260 4 12 | 530 | 160 | 2 ¥EAMTEAHRE Radial depth of cut
FRUAEE 100 15 75 600 96 100 15 96 400 96 n : TEEEERE Spindle speed
E}ﬁaﬁﬁgc Jcstis | 160 12 36 600 96 | 160 12 45 400 96
35-43HRC 260 6 15 480 77 | 260 6 18 320 77 VE DR Feed speed
i) Note)
1. ERTHIEE I ERBES KU — RIS C TR SV, 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. UUDHRELIHE R UPAHRTZ ERBELDHERL TSV HBZVIEEEREZ TIFTHEMRIEEW, 2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed
. EMBNFROHE R EFTTAAREIZZLTLIETVORIC n XU VF 2 FIFTERE S L. 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed
4. TINIZVLER FRVEEOMIIG AKAMIEEO CEREHRELET, 4. When machining aluminium alloy or titanium alloy, use of water soluble cutting oil is recommended
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AERO-CHIPPER

*}iﬁﬂ] ﬁl]%ﬁ: ZF ﬁ ﬁu U Recommended cutting conditions for face milling

SEEHEID

I70OFv/\— ALX Aero-chipper ALX type

WART7EATIFM4R

Facemill type

T E4%(mm) Tool dia.
i Heag 50 63
a2y =Ir
Work Materials ;ﬂi FIE No.of teethd4N FIE No.of teeth5N
Grades 2 ap ae n Vf 2 ap ae n Vf
(mm) (mm) (mm) | (min1) [(mm/min)| (mm) (mm) (mm) | (min1) [(mm/min)
FILE=ZOLES 100 6 35 5,700 4,560 100 7 44 4,500 4,500
fEE50-110HB
A\LTm\mum Aloy FZ05 150 4 35 5,700 4,560 150 5 44 4,500 4,500 0: = LES Overhung length
50-110HB 200 2 35 5,700 4,560 200 3 44 4,500 4,500
27 VL A8 (SUS304) 100 3 30 640 260 100 4 38 510 260 ap : BAAYHAARS Axial depth of cut
BEBOHBAT | yostte | 150 2 30 640 | 260 | 150 25 38 510 | 260
Cwm R .
Below 2508 200 | 1 30 640 | 260 | 200 | 15 | 38 510 | 260 | 2¢ i FEAMIBAZRE Radial depth of cut
igpﬁﬁ 100 6 30 380 120 100 7 38 300 120 n : TEEEEE Spindle speed
"’%ﬁﬁjﬁrgc Jcstig | 150 4 30 380 | 120 | 150 5 38 300 | 120
35-43HRC 200 2 30 380 120 | 200 3 38 300 120 VF 2 320 ®EE Feed speed
) Note)
1. EERIHIRE IS EREBMES KT — RIS TR S L, 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. UUDHRELIHBE B AAHAREIE LEBELDHEL TSV HEVIEEEREE TIFTEAIE IV, 2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed.
3 EHBATRROBEIE FTNAARIEZRLTETVORIC n LUV 2 FIFTERE S L, 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed
4. FINEZULAR FEVAEOMIIE AGAEYIEEO CEREMRELET, 4. When machining aluminium alloy or titanium alloy, use of water soluble cutting oil is recommended.
5. BYHIOBEIE EERES LTEDREE LEBIED 70%ICTFIHFTEIL, 5. In case of full slotting, recommend to reduce the spindle speed and feed speed to 70% of above figures.
A s >
~
W I2A4TIFAR
End mill type
T E4¥(mm) Tool dia.
p— g 20 25/28
arzy=Ir
Work Materials g FIH No.of teethIN FIE No.of teeth2N
Grades 2 ap ae n Vf ? ap ae n Vf
(mm) (mm) (mm) | (min1) [(mm/min)| (mm) (mm) (mm) | (min) [(mm/min)
TILZZOLER 35 4 14 14,300 | 1,430 50 6 17.5 11,500 | 4,600
FEE50-110HB F205
Aluminium Alloy
50-110HB 60 2.5 14 14,300 | 1,430 5 4 17.5 11,500 | 4,600
AT YL A8 (SUS304) 35 2 12 1,590 160 50 3 15 1,270 250
HEE250HBA T JC5118
Stainless steel
Below 250HB 60 1.2 12 1,590 160 75 2 15 1,270 250
FROER 35 4 12 950 76 50 6 15 760 120
fa35-43HRC | 05118
Titanium Alloy
3543HRC 60 2.5 12 950 76 75 4 15 760 120
T E4%(mm) Tool dia.
— HEaE 32/35 40
A=k
Work Materials ;ZE FIE No.of teeth2N FI# No.of teeth3N
Grades 2 ap ae n Vf [J ap ae n Vf
(mm) (mm) (mm) | (min-1) [(mm/min)| (mm) (mm) (mm) | (min-1) [(mm/min)
TéLESZO?Jﬁ)ﬁBﬁ 50 7 22.5 9,000 3,600 80 6 28 7,200 4,320
S FZ05 :
Aluinm oy 100 4 | 225 | 9000 | 3600 | 120 4 28 | 7200 | 4320 | ¥ ZFHLES Overhunglength
A7 YL A3 (SUS304) 50 4 19 990 200 80 3 24 800 240 ap | WA MEYBAAES Axial depth of cut
BEE250HBU T JC5118
SBtamIess steel 100 D) 19 990 200 120 2 24 800 240 ae ! FEHAEYBAARE Radial depth of cut
elow 250HB
FRUEE 50 7 19 600 9% 80 6 24 480 120 n : TEEREE Spindle speed
BETE35-43HRC | 05118
Titanium All
‘S%TZJSN}IIR(?)/ 100 4 19 600 96 120 4 24 480 120 Vf © 3XDIRFE Feed speed
) Note)
1. EERVIHIRGIE ERBES KTT— OB ICISC TRECRE S L, 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. UUDHRELIHE R AARTZ LERBELOHEL TSV HIVIZEEREZ TIFTERIZ IV 2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed
3 ERBAFEDOHEIF EFTTAHRIZZLTLETVORIC n LU VF 2 FIFTERE S L, 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed
4. TINIZULAER FEVESOMIIE AEEEEDOCEREHRELET, 4. When machining aluminium alloy or titanium alloy, use of water soluble cutting oil is recommended.
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I70Fv/N—MALH  Aero-chipper MAL type

BE2a5—AY FMALF +EE—/l (eva5-~vrm@@ms v> o 7— )
MAL head type and MSN type carbide shank holder

T E4%(mm) Tool dia.
#ig 20 25/28
HHIA S =k
Work Materials HE FIHK No.of teethIN FIK No.of teeth2N
Grades 2 ap ae n Vf 2 ap ae n Vf
(mm) (mm) (mm) | (min-1) [(mm/min)| (mm) (mm) (mm) | (min) [(mm/min)
TSt LES 60 4 14 | 14300 | 1430 75 6 175 | 11,500 | 4,600
“535.0.'110”5 FZ05 100 2 14 [14300 | 1430 | 125 3 175 | 11,500 | 4,600
uminium Alloy
50-110HB 160 0.8 14 11,500 1150 200 1.2 17.5 9,200 | 3,680
272U 28 (SUS304) 60 2 12 1,590 160 75 3 15 1,270 250
%g.ﬁfggﬁ Jos118 | 100 1 12 1,590 160 | 125 15 15 1,270 | 250
Below 250HB 160 0.5 12 1,270 130 200 0.6 15 1,020 200
EYSPON 60 | 4 12 950 76 75 | 6 15 760 | 120
B3S-43HRC | ystre | 100 | 2 12 950 76 | 125 | 3 15 760 | 120
itanium Alloy
35-43HRC 160 0.8 12 760 61 200 1.2 15 610 98
T E%(mm) Tool dia.
e 30/32/35 40
HHIM A=k
Work Materials HiE FIE No.of teeth2N FI# No.of teeth3N
Grades 2 ap ae n Vf [ ap ae n Vf
(mm) | (mm) | (mm) [ (mind) |(mm/min)[ (mm) | (mm) [ (mm) | (minl) [(mm/min)
FILI=HULASE 100 6 22.5 9,000 | 3,600 100 6 28 6,000 | 3,600
BE50-110HB | 705 160 3 225 | 9,000 | 3,600 | 160 3 28 6,000 | 3,600
Aluminium Allo = 2 2 > > Qe & Overh length
50-10HB 260 | 12 | 225 | 7,00 | 2,880 | 260 | 12 28 | 4,800 | 2,880 R L &S Overhung leng
27 VL Z$0(5US304) 100 3 19 990 200 100 3 24 660 200 ap : BAREYHAARES Axial depth of cut
BE2SOHBAT | yostig | 160 | 15 | 19 990 [ 200 | 160 | 15 | 24 660 | 200 e ot
Below 250HB 260 | 06 | 19 800 | 160 | 260 | 06 | 24 530 | 160 | 2¢ ¢ #EHMAIAHRL Radial depth of cut
Faae 100 | 6 19 600 | 9 | 100 | 6 24 400 |9 | :TammEE spindle speed
Eﬁfmmﬁc Jesis | 160 | 3 19 600 9% | 160 [ 3 24 400 9
35-43HRC 260 12 19 480 77 | 260 1.2 24 320 77 VF 3D Feed speed
) Note)
1. EECOIHISA IS RIS KD — VBRI ICIE U TR T L, 1. The figure to be adjusted according to the machine rigidity or work rigidity.
2. VDD RE LB NHAH RS E LRRELDHELTLES W HIWVIEEEFEE TIFTHEAIEEW. 2. In case of catter occurring, recomemended to reduce the depth of cut ap or Spindle speed.
3. BB AR EDHEIE FTRAAHFRETEZLTLIES VORI n BIU VI TFIFTERLIEST L, 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.

4. TINIZVLER FRVEEOMIIG KAMEEO CEREHRELET, 4. When machining aluminium alloy or titanium alloy, use of water soluble cutting oil is recommended
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CHERAEDEE TEERLICTHEAV LTSI
OTFEZLHIFHTHEALBNTL S, ORELERORITOHLIEBHEALBENTLEEL,
A @Y { FTDRE. BEREFICLBTAHICTERLLESL, X, RERFORLAN—ZTHEACESL,
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.

OTEMLHIE, HRO-OFELKERET S EMnHYET. Specification shall be changed without notice.
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