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New generation high feed /'

Pp16~p42 p40~¢66

p16~p25
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Low cutting force geometry

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

Multi - flutes specification

High speed and high efficient machining.

Vibration free

Control vibration with combination of MSN carbide shank holder
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Insert Line-Up

High feed insert High feed insert for unfavorable conditions

EPMT100312ZER  EPMT100312ZER =~ EPMW100312ZER EPMW100312ZTR EPMW100312ZTR

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

EPHW1003...ZTR ZPMT1003...ZER-NL ZPMT1003...ZER-PL ZPMT1003...ZER-SL
(R1.6, 2.0) (R0.4, 0.8, 2.0) (R0.4, 0.8, 1.6, 2.0) (R0.4, 0.8, 2.0)

"Mirror Insert"

for finishing side & bottom face A variety of inserts all fit into the same

body.
CBN insert
Multi-purpose cutter that can high feed,
square up and finish.

YPHW1003...ZER-... YPHW100308ZTR-F1
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coolant
QXP Bore Type hole
TYPE
@ High feed @ Shoulder milling
DCSFMS DCSFMS
DCB DCB
KWW KWW |
g ﬁ a
N | < |
o T o
| g | 8
‘ ]
Y | L
| 2

&4

RE1.2~2.0 _ DCCB | \\RE0.4~2.0

DC
@ High feed (QXP-8066R) @ Shoulder milling (QXP-8066R)
DCSFMS DCSFMS
DCB DCB
Kww Kww
[a W o
(=] (=)
x ‘ X
5
|| 3
g@% 9 o
DCCB RE1.2~2.0 DCCB RE0.4~2.0
DCX ‘ DC

Dimensions (mm)
No. of
Cat.No. Stock . Insert
inserts DCX LF |DCSFMS| DCB | DCCB | KWW | KDP | CBDP
QXP-6040R-16 [ ] 6 40 45 35 16 14 8.4 5.6 18
QXP-7040R-16 [ ) 7 40 45 35 16 14 8.4 5.6 18
QXP-7050R-22 [ ] 7 50 50 40 22 17 10.4 6.3 20 EP**1003**Z*R
QXP-8050R-22 [ ) 8 50 50 40 22 17 10.4 6.3 20 ZPMT1003**ZER-**
QXP-8052R-22 [ ) 8 52 50 40 22 17 10.4 6.3 20 | YPHW1003**Z*R-**
QXP-8063R-22 () 8 63 50 48 22 17 10.4 6.3 20
QXP-8066R-27 [ ) 8 66 50 48 27 20 12.4 7 22
Screw Torque(N.m) Wrench

DSW-2563H 1.1 A-08




QXPS Shank Type
TYPE

Throug

i

coolant

hole

Pocket Milling MRHelical Interpolatio

@ High feed
1 Z
| {FE— 3
RE 1.2~2.0 LH
LF
@ Shoulder milling
= 5
RE 0.4~2.0 %
LF
Dimensions (mm) Parts
5| No.of
Cat.No sl . Insert
& | nserts | pCX | LH LF DN | DCON Screw Wrench
QXPS2016S16+A ([ J 2 16 30 100 15 16 TSW-25561 EP**1003**Z*R
QXPS3020S20+A ([ J 20 50 130 18.85 20 A-08 | ZPMT1003**ZER-**
QXPS4025525+A ° 25 | 60 | 140 | 23.6 | 25 | DSW-2563H YPHW1003**Z*R-*

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

1.1

INDEXABLE TOOLS




INDEXABLE TOOLS

MQX

TYPE

Modular Type

W @ High feed o % /MD
N (I
T
=
§ MD
s I
o N7 N -
oy 8
Qg@ﬁ LF
Dimensions (mm) Parts
Cat.No. E .NO' o Insert
& | inserts | pCX | LF | DCSFMS| MD € W Screw Wrench
MQX-2016-M8 e 2 16 23 14 M8 8 12
MQX-2017-M8 @ 2 17 23 14 M8 8 12
MQX-3020-M10 ® 3 20 30 18 M10 9 14 | TSW-2556H
MQX-4020-M10 @ 4 20 30 18 M10 9 14
MQX-4021-M10 ® 4 21 30 18 M10 9 14
MQX-4025-M12 @ 4 25 35 22.5 M12 10 17
MQX-5025-M12 ® 5 25 35 22.5 M12 10 17
MQX-4026-M12 o 4 26 | 35 | 225 | M12 | 10 | 17 EP*1003*47%R
MQX-5026-M12 ® 5 26 35 22.5 M12 10 17 A-08 ZPMT1003**ZER-**
MQX-5028-M12 O| 5 28 35 23.6 M12 10 17
MQX-5030-M16  |O| 5 | 30 | 43 | 27 | M6 | 12 | 22 YPHW1003™Z%R-"
MQX-5032-M16 ® 5 32 43 29 M16 12 22 DSW-2563H
MQX-6032-M16 ® 6 32 43 29 M16 12 22
MQX-5035-M16 ® 5 35 43 29 M16 12 22
MQX-6035-M16 ® 6 35 43 29 M16 12 22
MQX-6040-M16 @ 6 40 43 32 M16 14 26
MQX-7040-M16 e 7 40 43 32 M16 14 26
MQX-6042-M16 @ 6 42 43 32 M16 14 26
Screw Torque(N.m)
TSW-2556H 11
DSW-2563H
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TYPE =
High feed insert Shoulder insert for general steel
(EPMT1003 * < ZER) (ZPMT1003 * > ZER-PL)

-
= /\'AN

Shoulder insert for Ti alloy

(ZPMT1003 > ZER-SL) N

S =
{ 8 g 1

High feed insert for unfavorable conditions RE T
(EPMW100312ZER) /\ s f

4 "Mirror Insert" for finishing side & bottom face

= (YPHW1003 * > ZER-15) (YPHW100308ZTR-F1) (YPHW100308ZER-F)

1A
Ls | f

i ; . AN
High feed insert for unfavorable conditions , s |
(EPMW100312ZTR) (YPHW100303ZER-15)

L

W"\’AN
s |
i (YPHW100308ZER-15)

/\

5 1=

= Han

1

RE 3,
(YPHW100308ZER-F) (for low feed)

F

For high hardened steel
(EPHW1003 % * ZTR)

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

CBN insert

(YPHW100308ZTR-F1)

AN
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= PVD coating S| E|@ Dimensions (mm)
[«5) o [«5] (]
E 5\°
Type Cat. No. i
Iz E|B|B|Z|E 2|2 2 E0E
High feed EPMT100312ZER M @ o o e o o 10 32 6 | 1211
nsert EPMT100320ZER M| ® 0 (32 6 |20 11°
High feed insert | EPMW100312ZER M @ ° 0 |32 6 | 1.2 ]11°
for unfavorable
conditions EPMW100312ZTR M @ ° ° 0 [ 32 6 | 12| 11°
For high EPHW100316ZTR H ® ® 0 32 6 | 16 | 11°
hardened steel | EpHW100320ZTR H e e 0 | 32| 6 | 20 | 11°
ZPMT100304ZER-NL | M ° 10.08| 3.4 | 6 | 0.4 | 11°
Shoulder insert o
tor aluminum | ZPMT100308ZER-NL | M ° 10.08| 3.4 | 6 | 0.8 | 11
ZPMT100320ZER-NL | M ° 10.08| 3.4 | 6 | 2.0 | 11°
ZPMT100304ZERPL |M @ | ® ° ° 10.08| 34 | 6 | 0.4 | 11°
Shoulderinsert | ZPMT100308ZERPL |M | @ @ ° ° 10.08| 3.4 | 6 | 0.8 | 11°
for general steel | 7pMT100316ZER-PL | M | @ ° 10.08| 3.4 | 6 | 1.6 | 11°
ZPMT100320ZERPL |M @ | ® ° ° 10.08| 3.4 | 6 | 2.0 | 11°
. ZPMT100304ZER-SL | M ° ° 10.08| 3.4 | 6 | 0.4 | 11°
Sl | ZPMT100308ZER-SL | M D D 1008] 34 | 6 | 08 | 11°
ZPMT100320ZER-SL | M ° ° 10.08| 3.4 | 6 | 2.0 | 11°
YPHW100303ZER-15 | H ° ° ° 10.06/3.35| 6 | 0.3 | 11°
i, . | YPHW100308ZER-15 | H ° ° 10.06/3.35| 6 | 0.8 | 11°
irror Insert
for finishing side | YPHW100308ZER-F | H ° 10.06/3.35| 6 | 0.8 | 11°
&bottomface  IypHW100308ZTR-F1 | H 0 11006/335| 6 | 08 | 11°
YPHW100320ZER-24 | H ° ° 10.06/3.35| 6 | 2.0 | 11°
GRADE MARKING
@EPMT1003... / EPMW1003... @EPHW1003...
@ @
JC8118/DS118 JC8050/JC7560/DS150
@ZPMT1003...
JC8118/JC7518 DH102 JC8050/CX75
DS118/FC18
@YPHW100303ZER-15 @YPHW100308ZER-15 @YPHW100308ZER-F  @YPHW100320ZER-24

O O ) L@

DH102/CX75 JC8015 DH102/CX75 JC8015 DH102 JC8015
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Carbon steel Tool & die steel Mold steel Mold steel =
Material (850C, $55C) (SKD61, SKD11) (HPM7, PX5, P20) (NAK80, HPM1, P21)
below 250HB below 255HB 30-36HRC 38-43HRC
Cat.No. Grade |ycgiig |scams0 [Jcrseo [oHio2 [oSii8 |DS1S0 |JCETIG |JcBOSD |JC7560 | DHIGR | DSIT8 |DSISD |JCOTI8 | JCADSD |JC7S0 | DHIGE | DSTIA | DSISD |JCATIG |Jca0SD |70 | DTG |ostie [ostaD
EPMT1003 % % ZER| ¥¢ | ¥¢ | ¥ Yo | | K Yo | Yo | Yoo | %
EPMW100312ZER @)
EPMW100312ZTR | O | O | © OO0 0 OO0 |0 O 0
EPHW100316ZTR
Hardened die steel Hardened die steel Grey cast iron Stainless steel
Material (SKD61, DAC, DHA) (SKD11, SLD, DC11) (FC, FCD) (SUS304)
42-52 HRC 55-62HRC below 300HB below 250HB
Cat.No. Grade |jcarrg |icaoso |Jc7s60 | OHioz |DSTIE [DS15D |JCoTIe |JCalso |Jcrse | DHIO2 | DSIB | DSISD |JCS118 |JCAOSD |JCTSED | DHIOZ | OSTIE |DSISD |JCBTIE |JCBUSD |JCTSED |OHIOZ | DSTI8 | DSTS0
EPMT1003 % * ZER| ¥¢ X | X O OO
EPMW100312ZER | O O @) [ )
EPMW100312ZTR | @ ® [ J O
EPHW100316ZTR | © ©
« EPMT Type : with chip breaker
) Titanium alloy Heat resistant alloy * EPMW Type : without chip breaker
Material (Ti-6Al-4V) (INCO718)
O First choice
Cat.No. Grade | oq115 | joaoso [scrseo | owioe |ostie [os1s0 |Jcatis | Jcauso |dcseo | onio2 | osis | osiso O For general milling
EPMT1003* *ZER| O | O | @ Olo|o]0]|0 0|0 ;f For ﬁgﬁ:actﬂfn?glflg?ce
EPMW100312ZER L L X . Notrecommended
EPMW100312ZTR
EPHW100316ZTR
Hl Definition of corner shape for programming (mm)
Qver cut H
Corner radius
for programming | Over cut | Remains
Corner radius for programming R k12 y R1.0 0 0.57
* EPMT/W Type . - R1.5 (Std.) 0 0.45
(RE=R1.2) < L R2.0 0.04 | 033
Remains = 3 R2.5 021 | 021
W=2.9 R3.0 0.40 0.09
(mm)
Quer cunt Corner radius
for programming | Over cut | Remains
- EPMT Type Corner radius for programming R % R1.0 0 0.51
(RE=R2.0) P 2 R1.5 0 0.31
< S, R2.0 (Std.) 0 0.13
Remains ~ _— 5
= R2.5 0.12 0.04
=24 R3.0 0.32 0
Over cut (mm)
Corner radius
for programming Over cut | Remains
- EPHW Type Corner radius for programming R %/ R1.0 0 042
“ / S R1.5 (Std.) 0 0.33
Remains — ; R2.0 0.01 0.23
=
W=2.9 R2.5 0.17 0.14
R3.0 0.37 0.05
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Il Recommended Data for Profile Milling

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

¢dc = ¢Dh - ¢Dc

Tool pass dia. Boredia. Tool Dia.

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

¢Dc

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

.8

dc

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

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

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

|l EPM*100312ZER

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

QXP- 040R-16 40 34.1 1 0.5 114.6 70 78 0.6
QXP- 050R- * 50 44.1 1 0.4 143.2 90 98 0.6
QXP-8052R-22 52 46.1 1 0.35 163.7 94 102 0.6
QXP-8063R- ¢ ¢ 63 57.1 1 0.3 191 116 124 0.6
QXP-8066R-* * 66 60.1 1 03 191 122 130 0.6
QXPS2016S16+A 16 10.2 0.8 1.8 25.5 22 30 0.6
QXPS3020S20+A 20 14.1 0.8 1.4 32.7 30 38 0.6
QXPS4025S25+A 25 19.1 0.8 1 45.8 40 48 0.6
MQX-> 016-M8 16 10.2 0.8 1.8 25.5 22 30 0.6
MQX->017-M8 17 11.2 0.8 1.6 28.6 24 32 0.6
MQX-> 020-M10 20 14.1 0.8 1.4 32.7 30 38 0.6
MQX- > 021-M10 21 15.1 0.8 1.3 35.3 32 40 0.6
MQX- > 025-M12 25 19.1 0.8 1 45.8 40 48 0.6
MQX->k 026-M12 26 20.1 0.8 0.95 48.2 42 50 0.6
MQX-> 028-M12 28 22.1 0.8 0.85 53.9 46 54 0.6
MQX- * 030-M16 30 24.1 0.8 0.8 57.3 50 58 0.5
MQX- * 032-M16 32 26.1 0.8 0.7 65.5 54 62 0.5
MQX- >k 035-M16 35 29.1 0.8 0.6 76.4 60 68 0.5
MQX- > 040-M16 40 34.1 0.8 0.5 91.7 70 78 0.6
MQX->k 042-M16 42 36.2 0.8 0.45 101.9 74 82 0.6
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Il Recommended Data for Profile Milling
| EPMT100320ZER

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

Cutting dia. | of cut:ap angle% g Total cuttirFl)g length L((ngzn) Min.Bore dia. | Max.Bore dia. |  7(mm)

QXP->k 040R-16 40 35.1 1 0.55 104.2 72 78 0.7
QXP-> 050R- * * 50 45.1 1 0.4 143.2 92 98 0.7
QXP-8052R-22 52 47.2 1 0.4 143.2 9 102 0.7
QXP-8063R- * * 63 58.2 1 0.3 191 118 124 0.7
QXP-8066R- * * 66 61.2 1 0.3 191 124 130 0.7
QXPS2016S16+A 16 11.2 0.8 2.3 19.9 24 30 0.7
QXPS3020S20+A 20 15.1 0.8 1.5 30.6 32 38 0.7
QXPS4025S25+A 25 20.1 0.8 1.1 Mn.7 42 48 0.6
MQX- 016-M8 16 11.2 0.8 2.3 19.9 24 30 0.7
MQX-> 017-M8 17 12.2 0.8 2 22.9 26 32 0.7
MQX-> 020-M10 20 15.1 0.8 1.5 30.6 32 38 0.7
MQX->021-M10 21 16.1 0.8 1.4 32.7 34 40 0.7
MQX- 025-M12 25 20.1 0.8 1.1 fn7y 42 48 0.6
MQX-> 026-M12 26 21.1 0.8 1 45.8 44 50 0.6
MQX-* 028-M12 28 23.1 0.8 0.9 50.9 48 54 0.6
MQX-> 030-M16 30 25.1 0.8 0.85 53.9 52 58 0.6
MQX- 032-M16 32 27.1 0.8 0.75 61.1 56 62 0.6
MQX- > 035-M16 35 30.1 0.8 0.65 70.5 62 68 0.6
MQX-> 040-M16 40 35.1 0.8 0.55 83.3 72 78 0.7
MQX- > 042-M16 42 371 0.8 0.55 83.3 76 82 0.7

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

Cutting dia. | of cut:ap angle% g Total cutﬁrF])g length L((nﬁ?n) Min.Bore dia. | Max.Bore dia. Z(mm)

QXP->k 040R-16 40 341 1 0.4 143.2 70 78 0.6
QXP-> 050R- * * 50 44.1 1 0.3 191 90 98 0.6
QXP-8052R-22 52 46.1 1 0.25 229.2 94 102 0.6
QXP-8063R-* * 63 57.1 1 0.2 286.5 116 124 0.6
QXP-8066R-* * 66 60.1 1 0.2 286.5 122 130 0.6
QXPS2016S16+A 16 10.2 0.8 1.7 27 22 30 0.6
QXPS3020S20+A 20 14.1 0.8 1.3 35.3 30 38 0.6
QXPS4025S25+A 25 19.1 0.8 0.9 50.9 40 48 0.6
MQX-* 016-M8 16 10.2 0.8 1.7 27 22 30 0.6
MQX-> 017-M8 17 1.2 0.8 1.5 30.6 24 32 0.6
MQX-> 020-M10 20 141 0.8 1.3 35.3 30 38 0.6
MQX->021-M10 21 15.1 0.8 1.2 38.2 32 40 0.6
MQX- > 025-M12 25 19.1 0.8 0.9 50.9 40 48 0.6
MQX-> 026-M12 26 20.1 0.8 0.85 53.9 42 50 0.6
MQX- > 028-M12 28 221 0.8 0.75 61.1 46 54 0.6
MQX->* 030-M16 30 241 0.8 0.7 65.5 50 58 0.5
MQX-> 032-M16 32 26.1 0.8 0.6 76.4 54 62 0.5
MQX- > 035-M16 35 29.1 0.8 0.5 91.7 60 68 0.5
MQX- > 040-M16 40 341 0.8 0.4 114.6 70 78 0.6
MQX- 042-M16 42 36.2 0.8 0.35 131 74 82 0.6
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M MAX

M Recommended Data for Profile Milling

MQX/QXP Type

| { EPHW100316ZTR
Ramping Helical interpolation
. Max.drilling

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

Cutting dia. | of cut:ap angle% 9 Total cuttirI:g length L((n?r)n) Min.Bore dia. | Max.Bore dia.|  7(mm)
QXP-> 040R-16 40 34.1 0.6 0.3 114.6 70 78 0.6
QXP-3 050R- > 50 44.1 0.6 0.2 171.9 90 98 0.6
QXP-8052R-22 52 46.1 0.6 0.2 171.9 94 102 0.6
QXP-8063R- * * 63 57.1 0.6 0.15 229.2 116 124 0.6
QXP-8066R-* * 66 60.1 0.6 0.15 229.2 122 130 0.6
QXPS2016S16+A 16 10.2 0.6 1.1 31.2 22 30 0.6
QXPS3020S20+A 20 14.1 0.6 0.8 43 30 38 0.6
QXPS4025525+A 25 19.1 0.6 0.55 62.5 40 48 0.6
MQX- 016-M8 16 10.2 0.6 1.1 31.2 22 30 0.6
MQX->k 017-M8 17 11.2 0.6 1 34.4 24 32 0.6
MQX-> 020-M10 20 14.1 0.6 0.8 43 30 38 0.6
MQX- 021-M10 21 15.1 0.6 0.7 49.1 32 40 0.6
MQX- > 025-M12 25 19.1 0.6 0.55 62.5 40 48 0.6
MQX- 026-M12 26 20.1 0.6 0.5 68.8 42 50 0.6
MQX-> 028-M12 28 22.1 0.6 0.45 76.4 46 54 0.6
MQX-> 030-M16 30 241 0.6 0.4 85.9 50 58 0.5
MQX-> 032-M16 32 26.1 0.6 0.4 85.9 54 62 0.5
MQX-* 035-M16 35 29.1 0.6 0.35 98.2 60 68 0.5
MQX-> 040-M16 40 34.1 0.6 0.3 114.6 70 78 0.6
MQX->k 042-M16 42 36.2 0.6 0.25 137.5 74 82 0.6

| X ZPMT100304ZER-**
Ramping Helical interpolation
. Max.drilling

) Effective Max.depth q depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a ) . . ep

Cutting dia. | of cut:ap angleg 9 Total cuttirF:g length L((rrr;?n) Min.Bore dia. | Max.Bore dia.|  7(mm)
QXP->k 040R-16 40 39 1 0.95 60.3 75.6 78.4 0.6
QXP-> 050R-* * 50 49 1 0.7 81.8 95.6 98.4 0.6
QXP-8052R-22 52 51 1 0.65 88.1 99.6 102.4 0.6
QXP-8063R- * * 63 62 1 0.55 104.2 121.6 124.4 0.6
QXP-8066R- * 66 65 1 0.5 114.6 127.6 130.4 0.6
QXPS2016S16+A 16 15 0.8 3 15.3 27.6 30.4 0.6
QXPS3020S20+A 20 19 0.8 2.4 19.1 35.6 38.4 0.6
QXPS4025S25+A 25 24 0.8 1.7 27 45.6 48.4 0.6
MQX->*016-M8 16 15 0.8 3 15.3 27.6 30.4 0.6
MQX-* 017-M8 17 16 0.8 3.2 14.3 29.6 32.4 0.6
MQX- * 020-M10 20 19 0.8 2.4 19.1 35.6 38.4 0.6
MQX-> 021-M10 21 20 0.8 2.2 20.8 37.6 40.4 0.6
MQX-> 025-M12 25 24 0.8 1.7 27 45.6 48.4 0.6
MQX- > 026-M12 26 25 0.8 1.6 28.6 476 50.4 0.6
MQX- > 028-M12 28 27 0.8 1.5 30.6 51.6 54.4 0.6
MQX-> 030-M16 30 29 0.8 1.3 353 55.6 58.4 0.5
MQX- 032-M16 32 31 0.8 1.2 38.2 59.6 62.4 0.5
MQX- 035-M16 35 34 0.8 1.1 N7 65.6 68.4 0.5
MQX-> 040-M16 40 39 0.8 0.95 48.2 75.6 78.4 0.6
MQX- 042-M16 42 4 0.8 0.85 53.9 79.6 82.4 0.6




M MAX MQX/QXP Type

Il Recommended Data for Profile Milling
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Nl ZPMT100308ZER-**

Ramping Helical interpolation
. Max.drilling
. Effective Max.depth . depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . p
Cutting dia. | of cut:ap angleg g Total cuttirFl)g length L((rrF:Zn) Min.Bore dia. | Max.Bore dia. |  7(mm)
QXP-> 040R-16 40 38.2 1 0.95 60.3 74.8 77.6 0.6
QXP->k 050R- ¢ 50 48.2 1 0.7 81.8 94.8 97.6 0.6
QXP-8052R-22 52 50.2 1 0.65 88.1 98.8 101.6 0.6
QXP-8063R-* * 63 61.2 1 0.55 104.2 120.8 123.6 0.6
QXP-8066R- * * 66 64.2 1 0.5 114.6 126.8 129.6 0.6
QXPS2016S16+A 16 14.2 0.8 3 15.3 26.8 29.6 0.6
QXPS3020S20+A 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
QXPS4025525+A 25 23.2 0.8 1.7 27 44.8 47.6 0.6
MQX-* 016-M8 16 14.2 0.8 3 15.3 26.8 29.6 0.6
MQX-> 017-M8 17 15.2 0.8 3.2 143 28.8 31.6 0.6
MQX- 020-M10 20 18.2 0.8 2.4 19.1 34.8 37.6 0.6
MQX-> 021-M10 21 19.2 0.8 2.2 20.8 36.8 39.6 0.6
MQX- > 025-M12 25 23.2 0.8 1.7 27 44.8 476 0.6
MQX- > 026-M12 26 24.2 0.8 1.6 28.6 46.8 49.6 0.6
MQX- 028-M12 28 26.2 0.8 1.5 30.6 50.8 53.6 0.6
MQX- > 030-M16 30 28.2 0.8 1.3 35.3 54.8 57.6 0.5
MQX- > 032-M16 32 30.2 0.8 1.2 38.2 58.8 61.6 0.5
MQX- > 035-M16 35 33.2 0.8 1.1 1.7 64.8 67.6 0.5
MQX-> 040-M16 40 38.2 0.8 0.95 48.2 74.8 77.6 0.6
MQX-* 042-M16 42 40.2 0.8 0.85 53.9 78.8 81.6 0.6
N ZPMT100320ZER-**
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth 3 depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . p

Cutting dia. | of cut:ap angleg g Total cuttir?g length L((niw)Zn) Min.Bore dia. | Max.Bore dia. Z(mm)
QXP-> 040R-16 40 35.8 1 0.95 60.3 70 75.2 0.6
QXP-> 050R- * * 50 45.8 1 0.7 81.8 90 95.2 0.6
QXP-8052R-22 52 47.8 1 0.65 88.1 94 99.2 0.6
QXP-8063R-* * 63 58.8 1 0.55 104.2 116 121.2 0.6
QXP-8066R- * * 66 61.8 1 0.5 114.6 122 127.2 0.6
QXPS2016S16+A 16 11.8 0.8 3 15.3 22 27.2 0.6
QXPS3020S20+A 20 15.8 0.8 2.4 19.1 30 35.2 0.6
QXPS4025S25+A 25 20.8 0.8 1.7 27 40 45.2 0.6
MQX-* 016-M8 16 11.8 0.8 3 15.3 22 27.2 0.6
MQX-* 017-M8 17 12.8 0.8 3.2 14.3 24 29.2 0.6
MQX-> 020-M10 20 15.8 0.8 2.4 19.1 30 35.2 0.6
MQX-> 021-M10 21 16.8 0.8 2.2 20.8 32 37.2 0.6
MQX- > 025-M12 25 20.8 0.8 1.7 27 40 45.2 0.6
MQX-> 026-M12 26 21.8 0.8 1.6 28.6 42 47.2 0.6
MQX-* 028-M12 28 23.8 0.8 1.5 30.6 46 51.2 0.6
MQX-> 030-M16 30 25.8 0.8 1.3 353 50 55.2 0.5
MQX- 032-M16 32 27.8 0.8 1.2 38.2 54 59.2 0.5
MQX-> 035-M16 35 30.8 0.8 1.1 N7 60 65.2 0.5
MQX- > 040-M16 40 35.8 0.8 0.95 48.2 70 75.2 0.6
MQX- >k 042-M16 42 37.8 0.8 0.85 53.9 74 79.2 0.6




M MAX MQX/QXP Type
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M Recommended Data for Profile Milling
| K YPHW100303ZER-15

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

Cutting dia. | of cut:ap angle% g Total cuttirl:g length L((r22n) Min.Bore dia. | Max.Bore dia. |  z(mm)

QXP-> 040R-16 40 39.3 03 1 17.2 77 78.7 03
QXP->k 050R- > 50 49.3 0.3 0.75 22.9 97 98.7 0.3
QXP-8052R-22 52 51.3 0.3 0.7 24.6 101 102.7 03
QXP-8063R- * * 63 62.3 0.3 0.6 28.6 123 124.7 03
QXP-8066R- * 66 65.3 0.3 0.55 31.3 129 130.7 03
QXPS2016S16+A 16 15.3 0.3 1.3 13.2 29 30.7 0.2
QXPS3020S20+A 20 19.3 0.3 2.1 8.2 37 38.7 0.3
QXPS4025525+A 25 24.3 0.3 1.8 9.5 47 48.7 03
MQX-> 016-M8 16 15.3 0.3 1.3 13.2 29 30.7 0.2
MQX->017-M8 17 16.3 0.3 1.7 10.1 31 32.7 0.3
MQX- % 020-M10 20 19.3 0.3 2.1 8.2 37 38.7 03
MQX-> 021-M10 21 203 03 2.4 7.2 39 40.7 03
MQX- 025-M12 25 24.3 0.3 1.8 9.5 47 48.7 03
MQX-> 026-M12 26 25.3 0.3 1.7 10.1 49 50.7 0.3
MQX-> 028-M12 28 27.3 0.3 1.6 10.7 53 54.7 03
MQX- > 030-M16 30 29.3 0.3 1.4 12.3 57 58.7 0.3
MQX- > 032-M16 32 313 0.3 1.3 13.2 61 62.7 03
MQX- > 035-M16 35 343 0.3 1.2 14.3 67 68.7 0.3
MQX- 040-M16 40 39.3 03 1 17.2 77 78.7 03
MQX- > 042-M16 42 41.3 0.3 0.9 19.1 81 82.7 0.3

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

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

QXP->k 040R-16 40 38.3 0.3 1 17.2 75 77.7 0.3
QXP-3 050R-* * 50 48.3 0.3 0.75 22.9 95 97.7 0.3
QXP-8052R-22 52 50.3 0.3 0.7 24.6 99 101.7 0.3
QXP-8063R- * 63 61.3 0.3 0.6 28.6 121 123.7 0.3
QXP-8066R- * 66 64.3 0.3 0.55 31.3 127 129.7 0.3
QXPS2016S16+A 16 14.3 0.3 1.4 12.3 27 29.7 0.2
QXPS3020S20+A 20 18.3 0.3 2.2 7.8 35 37.7 0.3
QXPS4025S25+A 25 23.3 0.3 1.9 9 45 47.7 0.3
MQX- * 016-M8 16 14.3 0.3 1.4 12.3 27 29.7 0.2
MQX->*017-M8 17 15.3 0.3 1.8 9.5 29 31.7 0.3
MQX->020-M10 20 18.3 0.3 2.2 7.8 35 37.7 0.3
MQX-* 021-M10 21 19.3 0.3 2.5 6.9 37 39.7 0.3
MQX- > 025-M12 25 23.3 0.3 1.9 9 45 47.7 0.3
MQX-> 026-M12 26 24.3 0.3 1.8 9.5 47 49.7 0.3
MQX- > 028-M12 28 26.3 0.3 1.7 10.1 51 53.7 0.3
MQX- > 030-M16 30 28.3 0.3 1.5 11.5 55 57.7 0.3
MQX- * 032-M16 32 30.3 0.3 1.4 12.3 59 61.7 0.3
MQX->035-M16 35 8888 0.3 1.2 14.3 65 67.7 0.3
MQX- > 040-M16 40 38.3 0.3 1 17.2 75 71.7 0.3
MQX- * 042-M16 42 40.3 0.3 0.9 19.1 79 81.7 0.3




Il Recommended Data for Profile Milling

| X YPHW100320ZER-24
Ramping Helical interpolation
. Max.drilling
. Effective Max.depth g depth
Cat.No. Tool dia. S ; Max.rampin Max.depth of cut (a . . . ep
Cutting dia. | of cut:ap angleg 9 Total cuttirr:g i L((n??n) Min.Bore dia. | Max.Bore dia. |  z(mm)

QXP-> 040R-16 40 35.9 03 1.1 15.6 70.2 75.3 0.3
QXP->k 050R- > * 50 45.9 0.3 0.9 19.1 90.2 95.3 0.3
QXP-8052R-22 52 47.9 03 0.85 20.2 94.2 99.3 0.3
QXP-8063R-* * 63 58.9 03 0.65 26.4 116.2 121.3 03
QXP-8066R-* * 66 61.9 03 0.65 26.4 122.2 127.3 03
QXPS2016S16+A 16 11.9 0.3 1.9 9 22.2 27.3 0.3
QXPS3020S20+A 20 15.9 0.3 2.5 6.9 30.2 35.3 0.3
QXPS4025S25+A 25 20.9 0.3 2.2 7.8 40.2 453 0.3
MQX-> 016-M8 16 11.9 0.3 1.9 9 22.2 27.3 0.3
MQX- 017-M8 17 12.9 0.3 2.2 7.8 24.2 29.3 03
MQX-> 020-M10 20 15.9 03 2.5 6.9 30.2 35.3 0.3
MQX- > 021-M10 21 16.9 0.3 2.8 6.1 32.2 37.3 0.3
MQX->k 025-M12 25 20.9 0.3 2.2 7.8 40.2 45.3 0.3
MQX-> 026-M12 26 21.9 03 2 8.6 422 47.3 03
MQX-> 028-M12 28 23.9 03 1.8 9.5 46.2 51.3 0.3
MQX-> 030-M16 30 25.9 0.3 1.6 10.7 50.2 55.3 0.3
MQX-> 032-M16 32 27.9 03 1.5 11.5 54.2 59.3 03
MQX-> 035-M16 35 30.9 0.3 1.4 12.3 60.2 65.3 03
MQX- > 040-M16 40 35.9 0.3 1.1 15.6 70.2 75.3 0.3
MQX->k 042-M16 42 37.9 0.3 1.1 15.6 74.2 79.3 0.3
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‘ gM MAX MgX‘QXP Type \

M Recommended Cutting Conditions

. High Feed Shoulder Milling Side Finishing Bottom Finishing
Material
EPMT / EPMW EPHW ZPMT
Grade | JC7560 (JC8050 JC8118) JC8050 (JC8118) | JCB050 (JC8118) | JC8050 (JC8118)
Ve 130- 180 130-160 190 - 320 90-180
theflg’xgssot:;' f2 0.7-09 0.12-0.15 0.18-0.30 0.1-0.15
ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 Dc ~0.2 0.4-1.0Dc
Grade | JC7560 (JC8050 JC8118) JC8050 (JC8118) | JCB050 (JC8118) | JCB8050 (JC8118)
. Ve 130- 180 120-150 180 - 300 80- 160
Togl|§wnz|§5§|§el fz 0.7-0.9 0.12-0.15 0.15-0.25 0.1-0.15
ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 Dc ~0.2 0.4-1.0 Dc
Grade | JC8118 (JC7560 JC8050) JC8118 (JC8050) | JC8118 (JC8050) | JC8118 (JC8O50)
Ve 130- 180 120-150 180 - 300 80-160
Mold Steel |~ f, 07-10 0.12-0.15 0.15-0.25 0.1-015
ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.16 D¢ ~0.2 0.4-1.0 D¢
Grade | JC8118 (JC8050) JC8118(JC8050) | JC8118 (JC8050) | JC8118 (JC8O50)
Ve 70-100 100-120 150 - 250 70- 140
Mold Steel |, 0.6-0.7 0.1-0.12 0.15-0.25 0.1-0.15
ap 0.3-0.8 ~4.0 ~4.0 ~0.2
ae 0.6 Dc - ~0.15Dc ~0.2 0.4-1.0Dc
Grade JC8118 JC8118 JC8118 (DH102) JC8118 (DH102) JC8118 (DH102)
Hardened Ve 60-70 70-90 80-100 120-210 75-100
Die Steel fz 0.5 0.5-0.8 0.09-0.12 0.12-0.20 0.1-0.12
42-52HRC ap 0.2-0.6 0.1-0.3 ~3.5 ~3.5 ~0.2
ae 0.6 Dc 0.6 Dc ~0.14 Dc ~0.2 0.4-1.0 D¢
Grade - DH102 DH102 DH102 DH102
Hardened Ve 60 - 80 50- 70 100- 180 50-70
Die Steel fz 0.2-0.3 0.1 0.09-0.15 0.08-0.1
55-62HRC ap 0.1-0.2 ~2.5 ~2.5 ~0.15
ae - 0.4 Dc ~0.14 Dc ~0.15 0.4-1.0 Dc
Grade JC8118 JC8118 (DH102) JC8118 (DH102) JC8118 (DH102)
Grey & Nodular| Ve 110 - 150 120- 150 160 - 280 90-180
Cast Iron fz 0.8-1.2 0.16-0.2 0.18-0.30 0.12-0.18
below 300HB ap 0.4-1.0 ~5.0 ~5.0 ~0.2
ae 0.7 Dc ~0.2 Dc ~0.2 0.4-1.0 Dc
Grade | JC8050 (JC7560) JC8050 (JC8118 JC7518) | JC8050 (JC8118 JC7518) | JC8OS50 (JC8118 JC7518)
Ve 130- 150 120-150 180 - 300 80-160
Stainless Steel |  fz 0.6-0.8 0.12-0.15 0.15-0.25 0.1-0.15
ap 0.3-0.8 ~5.0 ~5.0 ~0.2
ae 0.6 Dc ~0.16 Dc ~0.2 0.4-1.0 Dc
Grade | DS150 (JC8050 DS118) DS118 (JC7518) DST18 (JC7518) DS118 (JC7518)
Ve 50 - 60 50 - 60 60-100 25-50
Titanium Alloy |  fz 0.4 0.12-0.15 0.15-0.25 0.1-0.12
ap 0.2-0.8 ~5.0 ~5.0 ~0.2
ae 0.6 Dc ~0.15 D¢ ~0.2 0.4-1.0 Dc
Grade | JC8118 (JC8050) JC7518 JC7518 JC7518
. Ve 20-30 25-30 30- 50 15-30
HeatAR”es'Sta"t fz 0.3 0.11-0.15 0.15-0.25 0.1-0.12
oy ap 0.2-08 ~5.0 ~5.0 7
ae 0.6 Dc ~0.15Dc ~0.20 0.4-1.0Dc
Grade - FC18 FC18 FC18
Ve 300- 600 420-700 300 - 600
Aluminium fz 0.16-0.2 0.18-0.30 0.1-0.15
ap ~5.0 ~5.0 ~0.3
ae ~0.4 Dc ~0.3 0.4-1.0Dc




‘ gM MAX MgX‘QXP Type \

Bl Recommended Cutting Conditions

. e Bottom Vertical Side e Bottom Vertical Side
Material Contouring | Side Finishing Finishing FRIEAEG Side Finishing Finishing ERERE
YPHW-24 YPHW-15 YPHW-F (CBN)
Grade - JC8015 (DH102) DH102 | JC8015 (DH102) -
Ve 450 - 650 170 - 260 350 - 450
C&ﬁgﬁg%ﬁ;' fz 01-015 | 0.18-025 | 0.08-0.18
ap 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2
Grade JC8015 (DH102) DH102 | JC8015 (DH102)
. Ve 350 - 450 150 - 240 300 - 400
Tog'l& Dz'gsﬁtBee' f2 01-015 | 0.18-0.25 | 0.08-0.18
elow ap 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2
Grade JC8015 (DH102) DH102 | JC8015 (DH102)
Ve 350 - 450 140 - 220 250 - 350
Mold Steel |, 01-015 | 017-02 | 007-0.15
ap 0.7-2.0 ~0.2 PF0.5-1.12
ae - ~0.2 ~0.6 Dc ~0.2
Grade | JC8015 (DH102) | JC805 (DH102) | DH102 | JC8015 (DH102)
Ve 220 350 - 400 150 - 200 180 - 250
Mold Steel ), 0.25 0.08-012 | 01-012 | 0.07-0.12
ap | 015-0.4 0.7-2.0 ~0.2 Pf0.5-1.12
ae ~0.4 Dc ~0.2 ~0.6 Dc ~0.2 - - -
Grade | JC8015 (DH102) | JC8015 (DH102) | DH102 | DH102 (JC80T5) | JBN795 JBN795 JBN795
Hardened Ve 160 170-200 60-100 120-170 400 - 450 300- 350 400 - 450
Die Steel fz 0.25 0.08- 0.1 0.1 0.06 - 0.1 0.07-0.08 | 006-0.08 | 0.07-0.08
42-52HRC ap | 01-0.25 ~15 ~0.2 Pf0.5-1.12 ~12 ~0.08 Pf0.5-1.12
ae ~0.4 D¢ ~0.2 ~0.6 D¢ ~0.15 ~0.1 ~0.6 D¢ ~0.1
Grade | DH102 DH102 DH102 - JBN795 JBN795 -
e e 100 150- 180 50-70 300 - 400 200
DielSteel fz 0.2 0.08-0.1 | 0.05-0.07 0.06-0.08 | 0.05-0.06
55-62HRC ap 0.1-0.2 ~1.0 ~0.2 ~1.2 ~0.06
ae ~0.3 D¢ ~0.2 ~0.4 D¢ - ~0.1 ~0.6 D¢ -
Grade - JC8015 (DH102) | DH102 | JC8015(DH102) |  JBN795 JBN795 JBN795
Grey Ve 450 - 550 130 - 200 450 - 550 750 700 750
Cast loon fz 0.1-0.15 0.1-02 0.1-0.15 0.1-0.135 0.1-0.12 0.1-0.135
ap 0.7-2.0 ~0.2 Pf0.5-1.12 ~15 ~0.1 Pf0.5-1.12
ae ~0.2 ~0.6 Dc ~0.2 ~0.1 ~0.6 D¢ ~0.1
Grade JC8015 (DH102) | DH102 | JC8015(DH102) |  JBN795 - JBN795
ol Ve 450 - 550 130 - 200 450 - 550 700 700
o it fz 0.1-0.15 0.1-02 0.1-0.15 0.1-0.135 0.1-0.135
ap 0.7-2.0 ~0.2 Pf0.5-1.12 ~15 Pf0.5
ae ~0.2 ~0.6 D¢ ~0.2 ~0.1 ~0.1
Grade JC8015 (DH102) | JC8015 (DH102) - - -
Ve 350 - 450 130- 180
Stainless Steel | fz 0.1-0.15 0.1-0.15
ap 0.7-2.0 ~0.2
ae ~0.2 ~0.6 Dc
Grade JC8015 (DH102) | DH102
Ve 70-90 30 - 50
Titanium Alloy | fz 0.08-0.12 0.1-0.15
ap 0.7-2.0 ~0.2
ae ~0.2 ~0.6 Dc
Note

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

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

4. Use air blow.

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

(7]
-
(=]
(=}
-
[*7]
—
o
<
>
Ll
[=)
—




	INDEXABLE TOOLS - PRODUCT BOOKMARKS
	HIGH FEED / COPY MILLING
	QM MAX - MQX / QXP Type



