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‘ HARD 1 BALL SFSB T‘Ee \

U SFSB type Recommended cutting conditions
O Roughing - Semi finishing

Carbon steel Alloy steel, Tool steel, Mold steel Hardened steel
Material ¢ S50C, S55E£ ¢ SKD, SKH, NAK ¢ SKD61, DAC, DEA
below 250HB below 45HRC 42 ™M52HRC
Type of
machining & ¢ & ¢ = ¢
ap ¥:0.1Dc ap ¥:0.1Dc ap ¥:0.1DEMAX 0.5mmE
ae ¥:0.3Dc ae ¥:0.3Dc ae 4:0.3Dc
¢ m|?‘n£ ¢ !’anC£ e mint£ V& mm/ming e mint£ V& mm/ming e mintf£ V& mm/min£
0.5 1 31,800 1,590 31,800 1,590 30,200 1,210
1 2 23,900 1,910 23,900 1,910 22,300 1,560
15 3 19,100 2,480 19,100 2,290 18,000 1,800
2 4 14,300 2,290 14,300 2,150 13,500 1,620
2.5 5 11,500 2,190 11,500 2,070 10,800 1,620
3 6 9,500 2,090 9,500 1,900 9,000 1,620
4 8 7,200 1,940 7,200 1,800 6,800 1,500
5 10 5,700 1,820 5,700 1,710 5,400 1,460
6 12 4,800 1,540 4,800 1,440 4,500 1,220
. Hardened steel Hardened steel
Material ¢ SKD11, SKH51, SED ¢ SKH HAPE
55 ™ME62HRC 63 ™M70HRC
Type of m
machining ae © ge ®
ap ¥20.05DEMAX 0.3mnf ap ¥:0.05DEMAX 0.3mnf
ae ¥:0.15Dc ae ¥:0.15Dc
R iDc It mint £ VE& mm/ming It mint £ V& mm/ming
¢mmE | ¢ mm£E
0.5 1 28,600 1,140 27,100 810
1 2 19,100 1,150 17,500 700
1.5 3 17,000 1,360 14,900 890
2 4 12,700 1,270 11,100 890
2.5 5 10,200 1,220 8,900 890
3 6 8,500 1,280 7,400 890
4 8 6,400 1,280 5,600 840
5 10 5,100 1,280 4,500 900
6 12 4,200 1,050 3,700 740
Note

1. These cutting conditions are for general guidance. In case of ramping angle over 15° reduce cutting conditions by 70%.
2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. If rpm available is lower than that recommended, reduce the feed rate proportionately.




‘ HARD 1 BALL §F§B Tﬂe \

Il SFSB type Recommended cutting conditions

@ Finishing

Carbon steel

Alloy steel, Tool steel, Mold steel

Hardened steel

Material (850, S55C) (SKD, SKH, NAK) (SKD61, DAC, DHA)
below 250HB below 45HRC 42~52HRC
Type of
machining &
ap=0.05Dc ap=0.05Dc ap=0.05Dc
2e=0.02Dc 2e=0.02Dc 2e=0.02Dc
( R (PDC N (min™) Vf (mm/min) N (min™) Vf (mm/min) N (min™) Vf (mm/min)
mm) | (mm)
0.5 1 38,200 3,440 38,200 3,440 35,000 2,450
1 2 27,100 3,250 27,100 3,250 25,500 2,550
1.5 3 21,200 3,390 21,200 3,180 20,200 2,630
2 4 15,900 3,340 15,900 3,180 15,100 2,270
2.5 5 12,700 2,670 12,700 2,540 12,100 2,420
3 6 10,600 2,860 10,600 2,650 10,100 2,530
4 8 8,000 2,560 8,000 2,400 7,600 2,280
5 10 6,400 2,370 6,400 2,240 6,000 1,920
6 12 5,300 1,960 5,300 1,860 5,000 1,600
. Hardened steel Hardened steel
Material (SKD11, SKH51, SLD) (SKH, HAP)
55~62HRC 63~70HRC
Type of
machining de de
ap=0.05Dc ap=<0.03Dc
ae=0.02Dc ae=0.02Dc
() (?1[318 N (min™) Vf (mm/min) N (min™) Vf (mm/min)
0.5 1 31,800 1,590 30,200 1,210
1 2 22,300 2,010 19,100 1,530
1.5 3 19,100 2,290 15,900 1,910
2 4 14,300 2,150 11,900 1,790
2.5 5 11,500 2,070 9,500 1,710
3 6 9,500 1,900 8,000 1,600
4 8 7,200 1,800 6,000 1,200
5 10 5,700 1,710 4,800 1,200
6 12 4,800 1,440 4,000 1,000
Note

1. These cutting conditions are for general guidance. In case of ramping angle over 15° reduce cutting conditions by 70%.
2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. If rpm available is lower than that recommended, reduce the feed rate proportionately.
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‘ ONE CUT BALL 70 DH-OCHB Type \
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4-flute high-efficiency
carbide ball nose end mill

Anti-vibration with High rigidity
& Unequal Spacing Teeth Geometry

P

Special edge geometry in
center enables smooth chip
ejection and control
clogging of chips, allows
stable machining.

Helix angle 45°,
Low cutting force /
High cutting performance

Excellent tool life for
Hardened Materials with
Newly developed "DH coating”

e

New PVD coating <DH coating>

@ Properties of DIJET PVD coating

DH coating DV coating DZ coating DX coating JC coating
(TIAIN) (TIiCN) (TiN)
Hardness (Hv) 3,500~3,700 3,300~3,500 2,800~2,900 2,500~2,600 2,100~2,200
Ox'dat'on(fg;‘perat”re 1100~1,200 | 1,000~1,100 700~800 300~400 400~500
Coefficient of friction 0.5 0.65 0.6 0.45 0.45
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DH-OCHB 4-Flut Ball Nose Endmill Packet Miling
TYPE

@ Helix angle 45°
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Fig.1 @Dc<¢Ds
o ~ ~
a — | _ e
AN .
. ¢ 5 w
R+ 0.008 ';_ S

L

Ds h5

Fig.2 pDc=¢Ds

T
Reoos/ | ? a

=
V)
VY

¢ Ds h5

Dimensions (mm)
Cat.No. Stock Fig.
R ¢Dc ? 22 L ¢D1 ¢Ds

DH-OCHB4010S04 [ ] 0.5 1 1.5 3 0.95 4
DH-OCHB4010S06 [ 0.5 1 1.5 3 50 0.95 6
DH-OCHB4020S04 [ 1 2 3 6 1.9 4
DH-OCHB4020S06 () 1 2 3 6 1.9 6 1
DH-OCHB4030 () 1.5 3 4.5 9 20 2.9
DH-OCHB4040 [ 2 4 6 12 3.8 6
DH-OCHB4050 (] 2.5 5 7.5 15 80 4.8
DH-OCHB4060 [ ) 3 6 9 18 90 5.7
DH-OCHB4080 () 4 8 12 24 100 7.6 8 ’
DH-OCHB4100 ([ 5 10 15 30 9.5 10
DH-OCHB4120 ([ 6 12 18 36 110 11.4 12

M Tolerance (mm)

Rofballnose | Tolerance of R | Tolerance of D¢

RO.5~R1 £0.005 ot

R1.5~R2 +0.008 ot

R25~R6 |  0.008 s
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‘ ONE CUT BALL 70 DH-OCHB T‘Pe \

Il DH-OCHB type Recommended cutting conditions

@ Finishing

. Alloy steel. Tool steel, Mold steel Hardened steel Hardened steel Hardened steel
Material (SKD, SKH, NAK) (SKD61, DAC, DHA) (SKD11, SLD, DC11) (SKH, HAP)
below 45HRC 42~52HRC 55~62HRC 63~70HRC
4/ ' 4 4 4/
Type of '
machining ac
ap=0.03Dc ap=0.03Dc ap=0.03Dc ap=0.03Dc
2e=0.03Dc 2e=0.03Dc 2e=0.03Dc 2e=0.03Dc
G m% N (min") Vf (mm/min) N (min") Vf(mm/min) | N (min?) Vf (mm/min) N (min") Vf (mm/min)
0.5 1 30,000 1,600 30,000 1,400 30,000 1,200 30,000 800
1 2 30,000 3,200 30,000 2,000 25,500 2,000 19,000 1,000
1.5 3 25,500 4,000 21,200 3,000 17,000 2,000 12,700 1,000
2 4 19,100 4,000 15,900 3,000 12,700 2,000 9,500 1,000
2.5 5 15,300 4,000 12,700 3,000 10,200 2,000 7,600 1,000
3 6 12,700 4,000 10,600 3,000 8,500 2,000 6,400 1,000
4 8 9,500 4,000 8,000 3,000 6,400 2,000 4,800 1,000
) 10 7,600 4,000 6,400 3,000 5,100 2,000 3,800 1,000
6 12 6,400 4,000 5,300 3,000 4,200 2,000 3,200 1,000

Il DH-OCHB type Recommended cutting conditions
@ Roughing & Semi-finishing

Alloy steel. Tool steel, Mold steel

Hardened steel

Hardened steel

Hardened steel

Material (SKD, SKH, NAK) (SKD61, DAC, DHA) (SKD11, SLD, DC11) (SKH, HAP)
below 45HRC 42~52HRC 55~62HRC 63~70HRC
Type of _ _ _ _
- ap=1.2D ap=1.2D ap=1.2D ap=1.0D

machining 20=0.200 20=02Dc 20=020c 20=0100
(mRm) ml?n()) n (min) (mm\ﬁfmin) apxae | n (min") (mm\ifmin) apxae | n(min’) (mm\ﬁfmin) apxae | n(min’) (mm\ifmin) dpxae
0.5 1 30,000[ 1,500 | 0.024 | 30,000/ 1,400 | 0.024 | 30,000/ 1,200| 0.02 28,800 | 750 | 0.006
1 2 | 28,600/ 3,000 0.095]| 23,800] 2,250 | 0.095| 19,100, 1,500 | 0.08 |14,400| 750 | 0.025
1.5 3 | 19,100/ 3,000| 0.22 | 15900 2,250 | 0.22 | 12,700/ 1,500 | 0.18 | 9,500 | 750 | 0.05
2 4 | 14,300/ 3,000 0.38 | 11,900 2,250 | 0.38 9,500/ 1,500| 0.32 | 7,200 750 | 0.10
2.5 5 | 11,500 3,000| 0.60 9,500/ 2,250 | 0.60 7,6000 1,500 0.50 | 5700| 750 | 0.15
3 6 9,500/ 3,000 0.86 8,000/ 2,250 | 0.86 6,400/ 1,500| 0.72 | 4,800| 750 | 0.22
4 8 7,200/ 3,000 | 1.54 6,000 2,250 | 1.54 4800/ 1,500| 1.28 | 3,600, 750 | 0.38
5 10 5,700 3,000 | 2.40 4,800 2,250 | 2.40 3,800/ 1,500| 2.00 | 2900| 750 | 0.60
6 12 4,800 3,000 3.46 4,000 2,250 | 3.46 3,200/ 1,500 | 2.88 | 2,400| 750 | 0.86

Note

1. These cutting conditions are for general guidance.
2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. Recommended ramping angle is under 1°(Max. 3°). In case of ramping angle under 1°,apply standard conditions above.

In case of over 1°, reduce (Vf) accordint to actual machining conditions.
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DV_OSCAR For Heat resistant a"oy, Titanium a"oy Corner radius Shoulder Milling A Copy Milling Pocket Milling AHelical Interpolationy
TYPE ® 4 flutes o Sm—
® Helix angle 42° - 45° | finishing| |Finishing |

20 @Dc *
al

<

s

A

<

o

(.‘ w
|
|

| ?5‘ ¢Dc=¢Ds
/%~ S
- & I L
<Y
Dimensions (mm)
Cat.No. Stock
r ¢Dc ? 2 L ¢Ds
DV-OCSAR4030-05 ® 05 3 8 10
DV-OCSAR4040-05 () ' 4 11 13
DV-OCSAR4040-10 ()
DV-OCSAR4050-05 [ 0.5 5 15 60 6
DV-OCSAR4050-10 [ 1 13
DV-OCSAR4060-05 (] 0.5 6
DV-OCSAR4060-10 () 1
DV-OCSAR4080-05 () 0.5
DV-OCSAR4080-10 (] 1 8 19 75 8
DV-OCSAR4080-20 o 2
DV-OCSAR4100-05 [ 0.5 B
DV-OCSAR4100-10 () 1 10 22 80 10
DV-OCSAR4100-20 [ 2
DV-OCSAR4120-05 () 0.5
DV-OCSAR4120-10 () 1
DV-0CSAR4120-20 ° 2 12 26 100 12
DV-OCSAR4120-30 [ 3
M Tolerance (mm)
Tool dia. (¢Dc) Tolerance (¢Dc)
= dia.6 s

> dia. 6 o
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‘ Solid Carbide Radius Endmill for Heat-Resistant Allox DV-OCSAR T‘ﬁe \

Il DV-OSCAR type Recommended cutting conditions

@ Side milling

Material N R e
de de de
Type of
machining —  @p=1.5D0c —  @p=1.5Dc —  @=15Dc
S 2e=0.1Dc o 2e=0.1Dc © 2e=0.1Dc
¢Dc (mm) N (min") Vf (mm/min) n (min") Vf (mm/min) N (min") Vf (mm/min)
3 11,000 1,200 11,000 1,200 4,200 320
4 8,000 1,200 8,000 1,200 3,200 320
5 6,400 1,200 6,400 1,200 2,500 320
6 5,400 1,200 5,400 1,200 2,100 320
8 4,000 1,200 4,000 1,200 1,600 320
10 3,200 1,300 3,200 1,300 1,300 320
12 2,700 1,300 2,700 1,300 1,100 280
16 2,000 960 2,000 960 800 200
20 1,600 770 1,600 770 640 160
Note

1. These cutting conditions are for general guidance.

2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. Down cutting is recommended.

4. Wet cutting is recommended . For heat resistant alloy , use of cutting fluid is more effective.

@ Slot milling

Material Stal(r;taszz :,)teel Tlt?Tr:-I:AT4?/;I0y Heat r(:eNs(;zg?r;)t alloy
de ae ae
Type of
machining &
ap=nDc ap=Dc ap=0.3Dc
¢Dc (mm) N (min) Vf (mm/min) N (min) Vf (mm/min) N (min) Vf (mm/min)
3 8,500 540 8,500 540 3,200 160
4 6,400 580 6,400 580 2,400 170
) 5,100 600 5,100 600 1,900 175
6 4,200 600 4,200 600 1,600 180
8 3,200 640 3,200 640 1,200 190
10 2,500 630 2,500 630 950 190
12 2,100 630 2,100 630 800 160
16 1,600 480 1,600 480 600 120
20 1,300 390 1,300 390 480 100
Note

1. These cutting conditions are for general guidance.

2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.

3. Wet cutting is recommended . For heat resistant alloy , use of cutting fluid is more effective. .
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hamferin r for High Hardened Material ul
@
o
S
DH a
0 0 :
Y ZN'M Chamfering Cutter for Hard Materials 3
TYPE
Fig.1
Kl
e L Y
: _e
2 ¥ s
Va , L
15z
gz ~—— 5 § Fig.2
2 g N
=) S/ ol
Q ]
. N fc e
fm \
=
5
L
. Dimensions(mm)
Cat.No. S | Grade [No. of Flutes Fig.
Z oDC | ¢Dm L L¢] fs fm fc ¢Ds :
SFSV3010S04 [ ] 1 0.2 50 3.0 40.2 0.036 0.064 4 1
SFSV3020S06 [ ] 2 0.4 50 4.5 35.5 0.073 0.127 6 1
SFSV3030S06 [ ] 3 0.6 60 8.0 45.2 0.109 0.191 6 1
SFSV3040S06 [ ] 4 0.8 70 10.5 55.0 0.146 0.254 6 1
SFSV3050S06 ® | DH110 3 5 1.0 80 12.5 65.2 0.182 0.318 6 1
SFSV3060S06 [ ] 6 1.2 90 - 0.218 0.382 6 2
SFSV3080S08 [ ] 8 1.5 100 0.273 0.477 8 2
SFSV3100S10 (] 10 1.8 100 0.328 0.572 10 2
SFSV3120S12 [ 12 2.1 110 0.382 0.668 12 2
Bl Recommended cutting conditions
@ C Chamfering
Work Carbon Mold Steel Hardened Steel
materials ~250HB 38 ~43HRC ~60HRC
Depth of C=0.2D €=0.2D €=0.2D
cut
Tool dia.
Dc Ve(min) N(min) f(mm/rev) V f(mm/min) Ve (min) N(min-) f(mm/rev) V f(mm/min) Ve (min) N(min-) f(mm/rev) V f(mm/min)
mm)
1 50 16,000 0.06 960 50 16,000 | 0.06 960 30 9,600 0.06 580
2 50 8,000 0.06 480 50 8,000 0.06 480 30 4,800 0.06 290
3 150 16,000 0.18 2,880 150 16,000 | 0.18 2,880 70 7,400 0.06 440
4 150 12,000 0.18 2,200 150 12,000 0.18 2,200 70 5,600 0.06 340
5 150 9,500 0.18 1,720 150 9,500 0.18 1,720 80 5,000 0.09 450
6 150 8,000 0.18 1,440 150 8,000 0.18 1,440 80 4,200 0.09 380
8 225 9,000 0.3 2,700 225 9,000 0.3 2,700 100 4,000 0.15 600
10 225 7,200 0.3 2,160 225 7,200 0.3 2,160 100 3,200 0.15 480
12 225 6,000 0.3 1,800 225 6,000 0.3 1,800 100 2,600 0.15 390

Note

1. These cutting conditions are for general guidance.

2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. Using air blow or mist is recommended.
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Chamfering Cutter for High Hardened Materials

-
B Recommended cutting conditions
@ Centering
Work Carbon Mold Steel Hardened Steel
materials ~250HB 38 ~43HRC ~60HRC
Depth of ap=<0.1D ap=0.1D ap=0.1D
cut
Tool dia.
Dc Ve (min) N(min?) f(mm/rev) V f(mm/min) V¢ (min) N(min") f(mm/rev) V f(mm/min) Ve (min) N(min") f(mm/rev) V f(mm/min)
mm)
1 50 16,000 0.01 160 50 16,000 0.01 160 30 9,600 0.01 96
2 50 8,000 0.01 80 50 8,000 0.01 80 30 4,800 0.01 48
3 150 16,000 0.01 160 150 16,000 0.01 160 70 7,400 0.01 74
4 150 12,000 0.01 120 150 12,000 0.01 120 70 5,600 0.01 56
5 150 9,500 0.01 95 150 9,500 0.01 95 80 5,000 0.01 50
6 150 8,000 0.01 80 150 8,000 0.01 80 80 4,200 0.01 42
8 225 9,000 0.01 90 225 9,000 0.01 90 100 4,000 0.01 40
10 225 7,200 0.01 72 225 7,200 0.01 72 100 3,200 0.01 32
12 225 6,000 0.01 60 225 6,000 0.01 60 100 2,600 0.01 26
@ C Chamfering (hole)
Work Carbon Mold Steel Hardened Steel
materials ~250HB 38 ~43HRC ~60HRC
Tool dia.
Dc Ve (min) N(min") f(mmirev) V f(mm/min) Ve (min) N(min") f(mmirev) V f(mm/min)| V¢ (min) N(min") f(mmirev) V f(mm/min
mm)
1 50 16,000 0.03 480 50 16,000 0.03 480 7.5 2,400 0.06 140
2 50 8,000 0.03 240 50 8,000 0.03 240 7.5 1,200 0.06 72
3 150 16,000 0.09 1,440 150 16,000 0.09 1,440 15 1,600 0.09 140
4 150 12,000 0.09 1,100 150 12,000 0.09 1,100 15 1,200 0.09 110
5 150 9,500 0.09 860 150 9,500 0.09 860 15 950 0.09 86
6 150 8,000 0.09 720 150 8,000 0.09 720 15 800 0.09 72
8 225 9,000 0.15 1,350 225 9,000 0.15 1,350 25 1,000 0.15 150
10 225 7,200 0.15 1,080 225 7,200 0.15 1,080 25 800 0.15 120
12 225 6,000 0.15 900 225 6,000 0.15 900 25 650 0.15 98
@ Slotting
V\:or!( | Carbon Mold Steel Hardened Steel
WIEUSELS ~250HB 38 ~43HRC ~60HRC
Deituhff ap=0.25D ap=0.25D ap=0.25D
Tool dia.
Dc Vc(min) N(min?) f(mmsrev) |V f(mm/min) | VC(min) N(min?) f(mm/rev) |V f(mm/min) | VC(min) N(min?) f(mmsrev) |V f(mm/min)
mm)
1 50 16,000 0.06 960 50 16,000 0.06 960 20 6,400 0.06 380
2 50 8,000 0.06 480 50 8,000 0.06 480 20 3,200 0.06 190
3 150 16,000 0.09 1,440 150 16,000 0.09 1,440 70 7,400 0.06 440
4 150 12,000 0.09 1,100 150 12,000 0.09 1,100 70 5,600 0.06 340
5 150 9,500 0.09 860 150 9,500 0.09 860 40 2,500 0.075 188
6 150 8,000 0.09 720 150 8,000 0.09 720 40 2,100 0.075 160
8 225 9,000 0.15 1,350 225 9,000 0.15 1,350 50 2,000 0.15 300
10 225 7,200 0.15 1,080 225 7,200 0.15 1,080 50 1,600 0.15 240
12 225 6,000 0.15 900 225 6,000 0.15 900 50 1,300 0.15 200

Note

1. These cutting conditions are for general guidance.

2. The figures should be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
3. Using air blow or mist is recommended.
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‘ DIJET GRADES FOR MILLING TOOLS

JBN245

= (CBN) = JBN795 | JBN500

| |
Super-High
Pressure Sintered

= (PCD) = JDA30 M JDA10

pH103 H pH108 H pH110 H DH111 H Jcso11H pH115 e
|| H e | M [ DH108 H DH111 H JCB015 | JC8118 [ JCT515 .
! ‘g: ' DH102 H DH103 H DH108 H DH110 M DH111 H DH115 e
! _HE LS H DH102 H DH103 K DH108 H DS108 H DH110 H DHI11 freee
£
g L - DH102 | DH103 H DH110 '
E L ( Zamend ) Juc10000
- ( el ) =JC20003HJC20015
! § kto H Fz15
) %” C | M Fz05 H KT9 H FZ15 H FC18

Heat resistant
auo'y S M Fz15

Hardened H FZ05

steel

FZ15

CX90

| |
Cermet
| |

Milling CX75




—————————————————
g (11 Y T ST 0, G | )

—————1 JC5015 H JC5118 H JCB050 H JC7550 H JC7560




DIJET GRADES FOR MILLING TOOLS
Material M
Application Finishing < P> Roughing | Finishing < - Roughing | Finishing
1SO TR =% O =0T X TV =Y [l MO1 | M10 | M20 | M30 | M40 RO ST I €]
DH108
DH
DH111
DS
= JC8011
=
8 | Jcsooo JC8015 JC8015
o |
S| oV JC8118 JC8118
JC8050
JC7515
JC7500 [ JC7550 JC7550
JC7560 JC7560
(JC5015 JC5015 (JCc5015 |
JC5000 JC5118 JC5118 )
(02) JC5240 JC5240
DLC
coating
Diamond
coating
[ KT9
Non coated 715 )
([ CX75 (. cx75 ) ([ cx75 )
Cermet CX903
5 JBN795
= I JBNS00_
2 JBN245
D =
Sa
w§ Diamond
o




Material \ S H
Application
ISO N10 ' N20 ' N30 SO01 S10 S20 S30 HO1 H10 H20 H30
DH
DS
=
=
8 | Jcsooo JC8015 JC8015
= | @V JC8118
JC8050
JC7515
JC7518
JC7500 TSR
JC7560
JC5015
JC5000 JC5118 (Jc5118 )
(D2)
DLC
coating
Diamond
Sl JC10000
FZ05 Fzo5 |
Non coated f@ Fzis ) —Fzi5 )
Cermet
5 JBN795
52 CBN JBNS00
o
oL
QS
aa| . JDA30
@ | Diamond
a JDA10







Toolhing Iy

DIJET



u

e
=
a
L
3
a
(7

Geometry Cat.No. A . Dm;ensmns 0 £ . Wrench size
a
,%’,E {%@E ADS-513 7.8 M5x0.5 13.0 5.0 - - AD-2080
- ADS-514 5.6 M5x0.5 14.5 6.5 - - AD-2080
Geometry Cat.No. N : Dm(]:ensmns A - . W;?::h I;\)lf.qr:‘)f
CSW-206 3.5 | M2.5x0.45 | 5.0 2.4 - 55 T8 0.9
,‘ CSW-406H 5.0 M4x0.7 6.0 3.6 - 43 T15 3.6
@“ﬂ I]E: CSW-407 50 | M4x07 | 70 | 36 - 43 15 3.6
an CSW-408H 5.0 M4x0.7 8.0 3.6 - 43 T15 3.6
c CSW-513H 7.0 M5x0.8 13.0 4.4 - 63 T20 5.5
CSW-510 6.4 M5x0.8 11.0 4.5 - 43 T-20 5.5
DSW-1840H 2.5 | M1.8x0.35 | 4.0 2.0 - 55 T6 0.4
DSW-2045H 3.0 M2x0.4 4.5 2.3 - 60 T7 0.5
DSW-2563H 3.45 | M2.5x0.45 | 6.3 2.6 - 55 T8 1.1
DSW-306H 4.3 M3x0.5 6.5 3.2 - 55 T10 1.8
DSW-307 4.3 M3x0.5 7.5 2.8 - 55 T10 1.4
DSW-307H 4.3 M3x0.5 7.6 3.2 - 55 T10 2.1
@ 5 gE E;I DSW-309H 43 M3x0.5 9.0 3.2 - 55 T10 2.1
DSW-4075H 5.2 M4x0.7 7.5 3.5 - 55 T15 3.6
I LJ DSW-408 6.0 M4x0.7 8.5 3.6 - 55 T15 3.6
DSW-4085 5.3 M4x0.7 8.5 3.5 - 55 T15 3.6
DSW-410H 5.3 M4x0.7 10.0 3.7 - 55 T15 3.6
DSW-4510H 6.8 | M4.5x0.75 | 10.0 4.7 - 55 720 6.0
DSW-4512H 6.8 | M4.5x0.75 | 12.5 5.2 - 55 T20 6.0
DSW-509 7.0 M5x0.8 9.5 4.9 - 55 T-20 6.1
DSW-511H 7.0 M5x0.8 11.5 4.9 - 55 T-20 6.1
ESW-206 3.6 | M2.5x0.45 | 6.0 2.0 - 60 T8 0.9
ESW-304 4.0 M3x0.5 4.5 2.0 - 55 T8 1.4
@ %@H ESW-306 4.0 M3x0.5 6.0 2.0 - 55 T8 1.4
,i ESW-307 4.0 M3x0.5 7.5 2.0 - 55 T8 1.4
c | ESW-405 5.3 M4x0.7 5.9 2.7 - 55 T15 3.1
ESW-406 5.3 M4x0.7 6.6 2.7 - 55 T15 3.1
ESW-408 5.3 M4x0.7 8.0 2.7 - 55 T15 3.1
ESW-410 5.3 M4x0.7 10.0 2.7 - 55 T15 3.1
ESW-507 6.8 M5x0.8 7.5 3.4 - 55 T25 5.5
ESW-508 6.8 M5x0.8 8.2 3.4 - 55 T25 5.5
ESW-510 6.8 M5x0.8 10.0 3.4 - 55 T25 5.5
FSW-2005H 2.5 M2x0.25 5.0 1.3 - 40 T6 0.5
FSW-2506H 3.0 | M25x0.35 | 6.6 1.5 - 40 T7 0.9
FSW-3007H 3.8 M3x0.35 8.1 2.0 - 40 T8 1.2
EEHEI FSW-3509H | 47 | M3.5%0.6 | 96 | 2.3 = 40 T10 2.0
= FSW-4013H 5.8 M4x0.7 13.5 3.3 - 40 T15 3.0
LR o FSW-5016H 6.8 M5x0.8 16.4 3.2 - 40 720 4.0
FSW-6020 8.5 M6x1.0 20.0 4.3 - 40 T30 6.0
FSW-8025 11.0 M8x1.25 25.0 5.5 - 40 T-40 6.0
FSW-8025S 11.0 M8x1.25 25.0 5.5 - 40 T30 6.0
HSW-614H 10.0 M6x1.0 15.0 7.3 - 60 T30 7.5




u

Dimensions

Geometry Cat.No. Wrgnch L)1
A B C D E a size (N+m)
TSW-2250 3.1 M2.2x0.45 5.0 2.3 - 60 T-7 0.6
TSW-2556H 3.6 M2.5x0.45 5.6 2.7 - 60 T8 1.1
TSW-2567H 3.6 M2.5x0.45 6.7 2.7 - 60 T8 1.1
TSW-307H 4.3 M3x0.5 7.6 3.1 - 60 T10 2.1
TSW-3509H 5.3 M3.5x0.6 9.0 4.5 - 60 T15 3.0
TSW-3510H 5.3 M3.5x0.6 10.0 4.5 - 60 T15 3.0
TSW-3512H 5.3 M3.5x0.6 11.5 4.5 - 60 T15 3.0
TSW-408 5.5 M4x0.7 8.0 3.3 - 60 T15 3.1
TSW-410H 5.3 M4x0.7 10.0 3.6 - 60 T15 3.5
TSW-511 7.0 M5x0.8 11.0 5.0 - 60 T-20 5.5
TSW-612 8.5 M6x1.0 12.0 4.8 - 60 T-25 7.5
TSW-614H 8.5 M6x1.0 14.0 6.2 - 60 T-25 7.5
Geometry Cat.No. Dimensions Wrgnch sl
A B c D E F size (N-m)
WHCS4-10
hesa? _ HCS4-10 7.0 M4x0.7 14.0 4.0 3.0 - - -
I BET=
N HCS5-10 85 | M5x08 | 150 | 50 | 40 | - - -
WHSB-10 "
e HSB-10 17.0 M10x1.5 56.0 10.0 8.0 13 - -
<W_ it E
Gl £ m———
D
E| c ‘ HSB-12 18.0 M12x1.75 62.0 12.0 10.0 - - -
Geometry Cat.No. pimensions Wrgnch Torque
A B C D E F size (N-m)
s =
o SSW-535 6.3 M5x0.5 7.0 3.1 3.5 - - 6.5
e
Geometry Cat.No. Dimensions Wrgnch LG
A B C D E F size (N-m)
Left handed S| Right handed LS-101 4.6 M6x1.0 16.0 6.5 6.5 3.0 - 6.0
ﬂ m[iii‘ 3@ LS-106 4.6 M6x1.0 14.5 6.5 5.0 3.0 - 6.0
E
F % LS-107 4.6 M6x1.0 13.0 5.0 5.0 3.0 - 6.0
LS-109 5.5 M7x0.75 19.0 7.5 8.0 - T-25 7.0
LS-110 4.8 M6x0.75 22.0 8.0 8.0 - T15 6.0
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L
3
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Geometry Cat. No Dimensions Wrench e
A B C D E F size (N+m)
Lefthanded | Right handed
@ e ﬁ LS-113 3.7 |No.10-32UNF| 102 | 45 | 4.1 2.4 - -
D E
v e
—_—— Dimensions Wrench Torque
A B C D E F size (N-m)
SLS-3 6.0 M8x1.0 20.0 8.0 8.0 4.0 - 8.0
Dimensions
Geometry Cat. No Wrench size
A B © D E
LW-020 52.0 15.0 - - 2.0 -
_% LW-025 59.5 18.0 - - 2.5 -
O# LW-030 67.0 20.0 - - 3.0 -
mL [ w LW-035 71.5 225 - - 3.5 -
LW-040 75.0 25.0 - - 4.0 -
LW-050 80.0 28.0 — — 5.0 —
D B
9 ‘ = A-030 - 60.0 80.0 28.0 3.0 -
©)
A-07SD 4.0 60.0 80.0 - - T7
3 A-08SD 4.0 70.0 80.0 - - T-8
J A-10SD 4.0 70.0 95.0 - - T10
c L 8 A-20SD 5.0 90.0 105.0 - - T-20
A-25SD 5.0 100.0 105.0 - - T25
S e A-06 1.7 34.5 15.0 15.0 - T6
of*” == A-07 2.0 34.5 15.0 15.9 - T7
s A-08 2.3 39.0 19.0 19.0 - T-8
D B A-10 3.0 40.0 40.0 20.0 - T10
O
. : A-15 3.5 45.0 40.0 20.0 - T15
\ / E A-20W 4.0 45.0 40.0 20.0 - 720
0 ; A-15T 4.0 100.0 80.0 26.0 - T15
A-20 4.0 100.0 100.0 32.0 - T-20
ﬂ - A-20L 5.5 200.0 100.0 32.0 - T20
& '—‘cﬂt? A-25 45 100.0 100.0 32.0 - T25
$ ©) A-27 5.5 100.0 100.0 32.0 - T27
: A-30 6.0 100.0 100.0 32.0 - T30
L:}‘é AD-2080 2.0 45.0 35.0 - - -
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Geometry Cat. No Dimensions Wrench Torque
A B C D E F size (N+m)
RSW-05008 - M5x0.8 8.0 - - - T10 -
Geometry Cat. No Dimensions Wrench
A B C D E F G size
F
[e(
DCM-1 M5x0.8 13.8 13.8 6.8 2.0 8.5 2.5 -
w6
c
- DCM-5 M6x1.0 17.0 16.5 8.9 2.0 10.0 3.0 -
L
h&
J‘F » DCM-17 M4.5x0.75 11.7 18.0 10.5 5.0 10.0 - T-20
c
mﬁi Eﬂ DCM-18 M3.5%0.6 10.0 13.0 7.6 3.0 7.2 - T15
.
Dimensions
Geometry Cat. No
A B © D E F
F
ffan)
%
c DCM-2 M8x1.0 10.0 19.0 11.0 6.0 13.5
A T
Shape Cat. No
m_ MoLY
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Page

ZNGU11050OOZEROO Insert for EXTREME SAP - EXSAP 11/MSX 11 type A121
ZNGU17090OOZEROO Insert for EXTREME SAP - EXSAP 17/MSX 17 type A125
ZOET16050OCOZFR-NL Insert for SIC-EVO - SSV type A140
ZO0MT06020OOZER-PL Insert for QM MILL - PME/PME-LS/MPM type A110
ZOMT16050OOZER-PM Insert for SIC-EVO - SSV type A140
ZPMT10030OOZER-NL Insert for QM MAX - MQX/QXP type A097
ZPMT1003OOZER-PL Insert for QM MAX - MQX/QXP type A097
ZPMT1003OOZER-SL Insert for QM MAX - MQX/QXP type A097
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PLANTS & OFFICES IN JAPAN

@ MIE POWDER PLANT (raw materials)
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~>> DIJET INDUSTRIAL CO., LTD.

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

DIJET GmbH (Europe)
Immermannstr.9 40210 Diisseldorf, Germany
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823

DIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor,
Kweang Suanluang, Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259  Fax. 66-2-722-8260

DIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699

DIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City,
Guangdong Provence 523850, China
Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

Phone: 81-6-6791-6781 Fax: 81-6-6793-1221

JQA-2089 JQA-EM1580

DIJET INDUSTRIAL CO., LTD. (Chengdu Office)
RM.No0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden, No.1480
Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

DIJET INDUSTRIAL CO., LTD. (Wuhan Office)
B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
305, Mahant Chambers Plot No.315, Road No.34, Wagle Estate
MIDC Industrial Area, Thane (W),400604,India
Phone. 91-22-4012-1231 Fax.91-22-4024-0919

DIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, M1 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395






