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SERIES EXPANSION

GMX07/MXG07

Modular type: 610-9016
Shank type: 010-016

GMX10/MXG10

Bore type: 040-066
Modular type: 016-042
Shank type: 916-032
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GMKO7/MXGO7 type

High-Feed Milling Cutter
Multi-Blade Design with Double-Sided Compact Inserts

for High Productivity

Lineup from @10, featuring economical double-sided inserts with four cutting edges.

1. Economical Double-Sided Inserts 2. Lineup from 010 — Insert size 07

O 3 v Tool diameter #10-@16 mm
v Max. depth of cut: 0.5 mm

v Modular type: 310-@16 mm
Shank type: 310-016 mm

High-Rigidity Design for Stable, Reliable Machining.

1. Increased insert rigidity 2. M2 Fine-Pitch Screw
Insert thickness F;nnze;g::?"h C,f,’,?f: i}f’,ﬁﬁh

increased by 14%

@ weo e % :

ENMUO7... EOMTO6...

@ wmxeo7 MPM
(Conventional model)

3. High-Rigidity Body Design

@ MXG07 MPM

Body rigidity improved by 44%
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Dimensions (mm)
Cat. No. Stock .NO' 9 Insert
inserts | DCX LF DCSFMS MD C w
MXG-2010-07-M6 ° 2 10 18 9.5 M6 6.5 8
MXG-3012-07-M6 o 3 12 20 11.2 M6 6.5 8 ENMUO7T207ZER-PM
MXG-3013-07-M6 ([ 3 13 20 11.2 M6 6.5 8
MXG-4016-07-M8 (] 4 16 23 15 M8 8 12
Note: All cutter bodies are supplied without inserts, wrenches, or MOLY. @ : Stocked Items
Screw Torque (N'm) Wrench
TSW-2044H 0.5 A-06




GMKO7/MXGO7 type
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Dimensions (mm)
Type Cat. No. Stock .NO' i Insert
inserts DCX LH LF DN DCON
GMX2010-07-20-S10+A [ 2 10 20 80 9.2 10
GMX3012-07-20-S12+A o 3 12 20 80 11.2 12
Standard
GMX3014-07-20-S12+A ([ 3 14 20 80 11.8 12
GMX4016-07-25-S16+A P 4 16 25 90 14.0 16 ENMUO07T207ZER-PM
L GMX2011-07-20-S10-LS+A ] 2 1 20 120 9.6 10
slfanngk GMX3013-07-20-512-LS+A | ® | 3 13 20 120 | 116 12
GMX3014-07-20-S12-LS+A { 3 14 20 120 11.8 12
Note: All cutter bodies are supplied without inserts, wrenches, or MOLY. @ : Stocked Items 3 : Soon to be stocked
Screw Torque (N'm) Wrench
TSW-2044H 0.5 A-06
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PVD coating Dimensions (mm)
Cat. No. Tolerance
JC8050 JC8118 RE L W1 S

ENMUO7T207ZER-PM M o o 0.7 7 4.25 2.85

Note: 10 inserts per case. @ : Stocked Items
4 N

GRADE MARKING
ENMUO07T207ZER-PM
JC8118 JC8050

\ )




GMKO7/MXGO7 type

l Definition of corner shape for programming

Corner radius for programming

Remainsﬂ\%

___Overcut
Ry J—=
[q=1Te)
£ xS
- g 1
- wW=22

(mm)
Corner radius .
for programming Remains Overcut
1.0 (Std.) 0.21 0
1.5 0.10 0.15
2.0 0.01 0.85

Il Recommended Data for Profile Milling

Ramping

(Total Cutting Length at Max. ap)

ap (Depth of Cut)

Helical interpolation
Hole diameter

@Dh

Tool diameter
@Dc

] |

)

Tool pass diameter

/]

N

@dc

@ Calculation of tool pass dia.

gDh - oDc
Tool Dia.

odc =

Tool pass dia.

Hole dia.

@ Depth of cut per circuit should
not exceed max. depth of cut (ap).

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

@ For ramping and helical interpolation, use 70% or less of the feed rate (Vf) listed in the standard cutting conditions table.

@ Drilling is not recommended.
@ ENMU07T207ZER-PM (Unit: mm)
Ramping Helical Interpolation
Tool dia. Effective Max. a .
@Dc Cutting Dia. -dp Max. ramping L Through.hole Flat Bot.tom Through hole
angle 6 Dh min Dh min Dh max

10 5.5 0.5 1.1 26.0 15 16 19

12 7.5 0.5 1.2 23.9 19 20 23

13 8.4 0.5 1.1 26.0 21 22 25

16 1.4 0.5 0.9 31.8 27 28 31
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Il Recommended Cutting Conditions | GMX07/MXGO07 type

Material Insert Grade Ve (m/min) fz (mm/t) ap (mm) ae (mm)
Carbon Steel ~ B
A ENMUO7...-PM JC8050 165 1.0 0.3 0.5-0.6 Dc
Tool & Die Steel ENMUO7...-PM JC8050 150 1.0 0.3 0.5-0.6 Dc
below 255 HB
Mold Steel ENMUO7...-PM JC8050 150 1.0 0.3 0.5-0.6 Dc
30-36 HRC
Mold Steel
N ENMUO7...-PM Jc8118 120 0.9 0.3 0.5-0.6 Dc
Hardened
Die Steel ENMUO7...-PM Jc8118 90 0.6 0.25 0.5-0.6 Dc
42-52 HRC
Grey ENMUO7...-PM Jc8118 200 1.0 0.3 0.5-0.6 Dc
Cast Iron
Nodular ENMUO7...-PM Jc8118 200 1.0 0.3 0.5-0.6 Dc
Cast Iron
Stainless Steel ENMUO7...-PM JC8050 165 1.0 0.3 0.5-0.6 Dc

Notes:
1. These parameters represent stable machining with an overhang length of 3xD.
Please adjust the cutting conditions according to machine rigidity and workpiece rigidity.
2. In case of chatter, reduce ap or rpm while maintaining the feed per tooth.
3. Reduce ap when using a low-rigidity machine.
4. Use air blow.



GMK10/MXG10 type

Achieve High Metal Removal Rates!
High-Efficiency Machining for Versatile Applications

@2 817 e flafn

(when using Dc50-7N)

Optimized cutting edge for a wide range of applications

For high-feed machining
with chip breaker

Double-sided
insert
: i : : For hard materials

Economical double-sided insert with four cutting edges for a wide range of materials:
Carbon steel, hardened materials (up to 62 HRC), stainless steel, and titanium alloys

@ Lineup

Low cutting force Edge strength

ENMU100412ZER-SL
+ Low cutting force
+ Sharp cutting edge
+ Grade JC7550, JC7518,
DS118, DS150

@ Insert grades

ENMU100412ZER-PH

« For general applications
+ Grade JC8118, JC8050, JC7560

Iso P01 . P10 . P20 . P30

Range Jc8118

JC8050

JC7518

JC7550

P40

M
M20 . W30 , M40

JCs118
[ Jcrsie ]
- [Je7560 |

ENMU100312ZER-HL
* For hardened materials

up to 60 HRC

+ Enhanced cutting-edge strength

ENMQ100312ZER

+ Flat-top insert

« Grade DH102

* For hardened materials

while retaining sharpness over 60 HRC
+ Grade DH102
H
K01 K10 . K20 . K30 | SO1 ; $10 ; S20 ; S30 | Ho1 . H10 . H20
[ DH102 Im | [DHiZ]
can JC8118 [ Jcs118
JC8050 il JC8050
JC7518 [Jc7518
Jc7s0 3 1C7560)
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KWW
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DCCB 6\7.9
DCX
o 2 Dimensions (mm) .
Cat. No. S | £ el Inserts
P = DCX LF |DCSFMS| DCB | DCCB | KWW | KDP | cBDP | (kg)
GMX-6040R-16+A o 6 40 45 35 16 13.5 8.4 5.6 19 0.24
GMX-7050R-22 [ ) 7 50 50 40 22 17 10.4 6.3 20 0.35 ENMU100412ZER-**
GMX-7052R-22 [ ) 7 52 50 40 22 17 10.4 6.3 20 0.40 ENMU100312ZER-HL
GMX-7063R-22 ® 7 | 63 | 50 | 48 | 22 | 17 | 104 | 63 | 20 |0.64| ENMQ100312ZER
GMX-7066R-27 [ ) 7 66 50 48 27 20 12.4 7 22 | 0.66
Note: All cutter bodies are supplied without inserts, wrenches, or MOLY. @ : Stocked ltems
Screw Torque (N'm) Wrench
TSW-2567H 1.1 A-08
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GMK10/MXG10 type

(Y )41 Shank Type
TYPE

DCX

DN

Through

coolant
hole
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Face Milling Copy Milling Pocket Milling JRHelical Interpolatio

LU

LH

DCON

LF

Dimensions (mm)
No. of
Cat. No. Stock . Insert
inserts DCX LU LH LF DN | BHTA DCON
GMX-2016-30-S16 [ 2 16 16 30 | 100 14 3.5° 16
GMX-2016-50-S16 [ 2 16 16 50 | 150 14 1.2° 16
GMX-3020-50-S20 [ 3 20 20 50 | 130 | 17.2 | 2.3° 20
GMX-3020-80-S20 ° 3 20 | 20 | 80 | 160 | 172 | 1° 20 ENMU100412ZER-**
ENMU100312ZER-HL
GMX'4025'60'825 . 4 25 25 60 140 22 2° 25 ENMQ1003122ER
GMX-4025-100-S25 [ ) 4 25 25 100 | 180 22 0.9° 25
GMX-5032-70-S32 [ ) 5 32 30 70 | 150 29 1.5° 32
GMX-5032-120-S32 [ ] 5 32 30 120 | 200 29 0.6° 32
Note: All cutter bodies are supplied without inserts, wrenches, or MOLY. @ : Stocked Items
Screw Torque (N'm) Wrench
TSW-2567H 1.1 A-08
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Dimensions (mm)
Cat. No. Stock .NO' i Insert

inserts DCX LF DCSFMS | MD © w
MXG-2016-M8 [ ] 2 16 23 14 M8 8 12
MXG-2017-M8 [ ] 2 17 23 14 M8 8 12
MXG-3020-M10 { 3 20 30 18 M10 9 14
MXG-3021-M10 { 3 21 30 18 M10 9 14
MXG-3022-M10 O 3 22 30 18 M10 9 14
MXG-3025-M12 ([ 3 25 35 22 M12 11 19
MXG-4025-M12 ° 4 25 35 22 | M12 | 1 19 Emm 38‘3‘1 §§E§IL*L
MXG-4026-M12 ° 4 26 35 | 225 | M12 | 11 19 | ENMQ100312ZER
MXG-4028-M12 O 4 28 35 23.6 M12 11 19
MXG-5030-M16 [ ] 5 30 43 27 M16 12 22
MXG-5032-M16 [ ] 5 32 43 29 M16 12 22
MXG-5035-M16 [ ] 5 35 43 29 M16 12 22
MXG-6040-M16 [ ] 6 40 43 32 M16 14 26
MXG-6042-M16 [ ] 6 42 43 32 M16 14 26
Note: All cutter bodies are supplied without inserts, wrenches, or MOLY. @ : Stocked Items O : Stock in Japan

Screw Torque (N'm) Wrench
TSW-2567H 1.1 A-08

1



GMK10/MXG10 type

GMX10/MXG10 L
TYPE

ENMU100412ZER-PH ENMU100412ZER-SL ENMU100312ZER-HL ENMQ100312ZER
— — —
hOy = fol N H (O
Q\ \Jo — o & & ° — <« 9 —
& L s | & L | S ‘ L s L s
PVD coating Dimensions (mm)
Cat. No. Tolerance
DH102 | JC7518 | JC7550 | JC7560 | JCBOSO | JC8118 | DS118 | DS150 | RE L W1 S
ENMU100412ZER-PH M L {  J 1.2 10 6 4
ENMU100412ZER-SL M { { [ J [ J 1.2 10 6 4
ENMU100312ZER-HL M { 1.2 10 6 3.2
ENMQ100312ZER M { 1.2 10 6 3.2
Note: 10 inserts per case. @ : Stocked ltems
4 N
GRADE MARKING
ENMU100412ZER-PH ENMU100412ZER-SL
e
AN L\l e T
NZA RN ZAV RN =4 %
JC8118 JC8050 JC7560 JC7518/DS118 JC7550/DS150
- /

12
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M Insert selection guide

Cat. No.
Material Grade
ENMU100412ZER-PH ENMU100412ZER-SL ENMU100312ZER-HL ENMQ100312ZER
Chip breaker For general milling Low cutting force For hardened materials Flat-top insert
JC8118 @)
Carbon Steel JC8050 o
(S50C, S55C)
below 250 HB JC7560 hd
JC7518 *
JC8118 O
Tool & Die Steel JC8050 o
(SKD61, SKD11)
below 255 HB JC7560 hd
JC7518 %
JC8118 @)
Mold Steel JC8050 o
(HPM7, PX5, P20) P
30-36 HRC JC7560
JC7518 %
Mold Steel JC8118 ©
(NAK80, HPM1, P21) JC8050 o
Hardened Die Steel JC8118 ©
(SKD61, DAC, DHA) JC7518 *
42-52 HRC DH102 PS
JC8118
JC8050
Hardened Die Steel JC7560 %
(SKD11, SLD, DC11)
55-62 HRC JC7550
JC7518
DH102 O ©
Grey Cast Iron JC8118 ©
Nodular Cast Iron JC8050 O
(FC, FCD) JC7560 °
JC8118 O
Stainless Steel JC8050 °
(SUS304) P
below 250 HB JC7550
JC7518 %
JC8050 o
Titanium Alloy JC7550 0
(Ti-6Al-4V) DS118 %
DS150 ©
H R Al JC8050 (]
eat-Resistant Alloy
(INCOT18) JC7518 O
DS118 ©

©:First choice O:Forgeneral milling @:For unstable milling +¢:Light cutting x:Not recommended

13



GMK10/MXG10 type

l Definition of corner shape for programming
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Cat. No. W fotr:%rr%%rrg?##]ﬁ,g Remains Overcut
1.0 0.51 0
ENMU100412ZER-PH
ENMU100412ZERSL | 31 | 1.5 (Standard) |  0.36 0
2.0 0.22 0.05
(mm)
Corner radius .
Cat. No. W for programming Remains Overcut
1.0 0.55 0
ENMU100312ZER-HL
ENMQ100312ZER 3.3 | 1.5 (Standard) 0.41 0
2.0 0.26 0.04
(mm)

Il Recommended Data for Profile Milling
Ramping

(Total Cutting Length at Max. ap)

ap (Depth of Cut)
Tool diameter

Helical interpolation

Hole diameter
@Dh

N

@Dc

Tool pass diameter
@dc

@ Calculation of tool pass dia.
gdc = ¢Dh - g¢Dc

Tool pass dia. Hole dia. Tool Dia.

@ Depth of cut per circuit should
not exceed max. depth of cut (ap).

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

@ For ramping and helical interpolation, use 70% or less of the feed rate (Vf) listed in the standard cutting conditions table.
@ For drilling, use 50% or less of the Z-axis feed listed in the standard cutting conditions table.
@ Long continuous chips may be generated during drilling. Ensure safe operation during machining.

14
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@ ENMU100412ZER-** (Unit: mm)
Ramping Helical Interpolation
Tool dia. Eff_ectivg Max. a0 | Max rambi Through hol Fiat Bott Through hol Max. Drilling
@Dc Cutting Dia. - ramping L fougn hole at bottom rough hole Depth Z
angle 6 Dh min Dh min Dh max
16 10.1 0.7 1.6 25.1 23 27 31 0.35
17 11.0 0.7 1.6 25.1 25 29 33 0.35
20 13.9 1.0 1.5 38.2 30 34 39 0.35
21 14.9 1.0 1.5 38.2 32 36 41 0.35
22 15.9 1.0 1.4 40.9 34 38 43 0.35
25 18.9 1.0 1.2 47.7 40 44 49 0.35
26 19.9 1.0 1.2 47.7 42 46 51 0.35
28 21.9 1.0 1.1 52.1 46 50 55 0.35
30 23.9 1.0 0.9 63.6 50 54 59 0.35
32 25.8 1.0 0.9 63.6 54 58 63 0.35
35 28.8 1.0 0.7 81.8 60 64 69 0.35
40 33.8 1.0 0.5 114.5 70 74 79 0.35
42 35.8 1.0 0.5 114.5 74 78 83 0.35
50 43.8 1.0 0.4 143.2 90 94 99 0.35
52 45.8 1.0 0.4 143.2 94 98 103 0.35
63 56.8 1.0 0.3 190.9 116 120 125 0.35
66 59.8 1.0 0.3 190.9 122 126 131 0.35
@ ENMU100312ZER-HL / ENMQ100312ZER (Unit: mm)
Ramping Helical Interpolation
Tool dia. Effectivg Max.ap | Max. ramoi Throudh hol Flat Bott Throuah hol Max. Drilling
@Dc  |Cutting Dia. - ramping L fougn hole at bottom rough hole | pepth z
angle 6 Dh min Dh min Dh max
16 9.6 0.7 1.6 25.1 23 27 31 0.25
17 10.5 0.7 1.6 25.1 25 29 33 0.25
20 13.5 1.0 1.5 38.2 30 34 39 0.25
21 14.5 1.0 1.5 38.2 32 36 41 0.25
22 15.5 1.0 1.4 40.9 34 38 43 0.25
25 18.4 1.0 1.2 47.7 40 44 49 0.25
26 19.4 1.0 1.2 47.7 42 46 51 0.25
28 21.4 1.0 1.1 52.1 46 50 55 0.25
30 23.4 1.0 0.9 63.6 50 54 59 0.25
32 25.4 1.0 0.9 63.6 54 58 63 0.25
35 28.4 1.0 0.7 81.8 60 64 69 0.25
40 33.4 1.0 0.5 114.5 70 74 79 0.25
42 35.4 1.0 0.5 114.5 74 78 83 0.25
50 43.4 1.0 0.4 143.2 90 94 99 0.25
52 45.4 1.0 0.4 143.2 94 98 103 0.25
63 56.4 1.0 0.3 190.9 116 120 125 0.25
66 59.4 1.0 0.3 190.9 122 126 131 0.25

15



GMK10/MXG10 type

Il Recommended Cutting Conditions | GMX10/MXG10 type
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Material Insert Grade Ve (m/min) fz (mm/t) ap (mm) ae (mm)
Cbitv? 25§t§§ ! ~PH (jggggg) (1 3(1)§(1)80) 12 04-1.0 0.7 bc
Tot())eIIf(tzi:S?-It; ° ~PH 633223) R 3(;?(1)80) 12 =L L7/
'\gglgss::g | ~PH (jgg(s)gg) ( 3(1)?(1)60) 12 0.4-1.0 0.7Dc
'\gg—l?msl-tlsg ! ~PH (‘jgﬁééﬁ) (701—01000) (0.:1 1) g b7
Hardigfgzzfosmel (:ZIE) (jg%l g) (709—090) (0_;;11 1) 0.1-0.6 0.6Dc
Hardgg?gzaiscsmel (ENEw.Q—'HL) il (608—080) (0.2%—30.3) Rt Lalhs
Grey Cast Iron -PH dggg;g) a 53?200) . 21_51 3 0.4-1.0 0.7 Dc
Nodular Cast Iron -PH dggg;g) ( 53(_]200) ( 21_51 5) 0.4-1.0 0.7 Dc
St:ﬁlrjmlsggg igtceel ~St (jg;g?g) (1 0(1)%(1)20) (o.gﬂ 0) 03-08 0.6Dc
Precipitgtion-Hardening -SL JC7550 100 0.7 0.2-0.6 0.6 Dc
Stainless Steel (-=PH) (JC8050) (90-100) (0.6-0.7)
Stair?lléglse)éteel (—_FS’II:I) (jggggg) (901—01000) (0.20?;).3) 0.3-0.8 0.6Dc
Titanium Alloy -SL (ggl ?g) (506_060) (0.2;70_7) 0.3-0.7 0.6 Dc
Heat-Resistant Alloy -SL dg;g;g) (203_030) 0.3 0.2-0.7 0.6 Dc

Notes:

1. Please adjust the cutting conditions according to machine rigidity and workpiece rigidity.

(The above table is a guide for machining on a BT50 machine.)

2. In case of chatter, reduce ap or rpm while maintaining the feed per tooth.

3. Reduce ap when using a low-rigidity machine.

4. Use air blow.

HEADQUARTERS

DIJET Industrial Co., Ltd.

2-1-18, Kami-Higashi,

Hirano-ku, Osaka 547-0002, Japan
PHONE +81-6-6791-6781

FAX  +81-6-6793-1221
www.dijet.co.jp
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40210 Diisseldorf, Germany
PHONE +49-211-50088820
FAX +49-211-50088823
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