SIC-EVO

Indexable End Mill SSV type

[T —

THE EVOLUTION
OF HIGH PERFORMANCE TOOLS



L7, SIC-EVO

Indexable End Mill SSV type

Multi functional indexable cutter
== “S|C-EVO” achieved
high efficient and stable shoulder milling.

Max. depth of cut (ap)=15mm is possible.
SIC-EVO is usable for wide applications
such as face milling, slotting, pocket milling.

Arc geometry on the periphery cutting edge

Cusp height can be smaller even in case of large ap and
achieved high efficient & high precision machining for
vertical wall

\

High positive geometry with
low cutting force

_/

Applicable to various milling,
such as ramping and helical machining

Conner radius, R0.4, R0.8, R1.6, R2.0 and R3.0 are available

» Application
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Cutting force comparison
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SIC-EVO Conventional tool

Achieved low cutting force

Tool life comparison
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SIC-EVO

Q Facemill type

4

helical milling Gz Pocket milling

—
shoulder milling

surface milling
. Through coolant hole

¢ Db
¢d

5

Dimensions Applicable Inserts

% cettie S Egeri ¢ Dc Lf ¢ Db od éd1 a b ) setbot V\(ﬁgg)ht—
SSV-4040R-16 | @ | 4 | 40 | 40 | 35 |16 14 | 84 56 | 18 M8 0.20
SSV-5050R-22 | @ | 5 | 50 | 40 | 47 |22 16 | 104 | 6.3 | 20 M10 0.33
5 [SSV-6063R-22 | @ | 6 | 63 | 40 | 50 |22 17 1104 | 63 | 20 M10 0.52

g SSV-6063R-27 | @ | 6 | 63 | 50 | 60 |27 20 | 124 | 7 22 [M12x1.75x30% H(jfggf‘;’nfj‘;rr%")v 0.75 | 7OMT1605**ZER-PM
® |SSV-7080R-27 | @ | 7 | 80 | 50 | 60 |27 20 (124 | 7 | 22 |M2x1.75x30% 1.08
SSV-8100R-32 | @ | 8 |100 | 50 | 85 (32 26 | 144 | 8 | 25 | M16x2x30% 1.95
SSV-8125R-40 | @ | 8 |125 | 63 100 |40 32 [16.4 | 9 | 32 |M20x25x40% 3.73

@ Standard stock items
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. % mark shows :these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor.
4. Please see page 13-15 for recommended Cutting conditions for shoulder milling, 16-18 for recommended Cutting conditions for Facemilling.

Parts

ch
Clamp screw (notﬁler?r?cluded)

& Clamp screw Recomn(lﬁr.l(ri]%d torque

DSW-4075H A-15T DSW-4075H 3.6




@ Endmill type

. Without coolant hole
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@: Standard stock items

Pocket milling
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ZOMT1605**ZER-PM

A-15

Note)1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Please see page19-20 for recommended Cutting conditions for shoulder milling, 21-22 for recommended Cutting conditions for Facemilling.

&
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DSW-4075H

3.6




SIC-EVO

Q Modular head type

4

Gz Pocket milling

surface milling shoulder milling

. Through coolant hole

|
¢ Db

Lf

Dimensions

Applicable Inserts

Cat. No. Stock | No.of
inserts | ¢Dc Lf ¢ Db MD (6] w

SSV-2025-M12
SSV-3032-M16
SSV-3035-M16
SSV-4040-M16

25 35 22 M12 1 19
32 43 29 M16 12 22
35 43 29 M16 12 22
40 43 29 M16 12 22

ZOMT1605**ZER-**

o e e
alw|w|n

@ Standard stock items, [J:Stock in Japan
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Pleaes see page 7 for recommended tightening torque.
4. Please see page 23-24 for recommended Cutting conditions for shoulder milling, 25-26 for recommended Cutting conditions for Facemilling.

Parts
Wrench
Clamp SCrew | . e inciuded)
& /‘ Clamp screw Recomr?ﬁr.\g%d torque
DSW-4075H A-15 DSW-4075H 3.6
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Q Inserts

JC8050 JC8118

Cat. No. Tellnes PVD Coated Dimensions
JC8118 | JC8050 A B T re
ZOMT160504ZER-PM M @) © 18 10 4.7 0.4
ZOMT160508ZER-PM M o o 18 10 4.7 0.8
ZOMT160516ZER-PM M ([ o 18 10 4.7 1.6
ZOMT160520ZER-PM M © © 18 10 4.7 2.0
ZOMT160530ZER-PM M O © 18 10 4.7 3.0
@ Standard stock items  ©: Soon be stocked
10 inserts per case.
Cat. No. Tolerance Coned | Comed Dimensions
JC8118 | JCBO50 | FC18 A B T re
ZOET160508ZER-PM E © O 18 10 4.7 0.8
ZOET160508ZFR-NL E @) 18 10 4.7 0.8

@ Standard stock items ©: Soon be stocked
10 inserts per case.

Q Discrimination of corner radius for insert.

Each corner radius shows discriminaition mark on the insert surface.

"2 "2 "2 7D\
Z0MT160504ZER-PM Z0MT160508ZER-PM ZOMT160516ZER-PM Z0MT160520ZER-PM Z0MT160530ZER-PM

Q Discrimination of grade for insert.

Each grade shows discriminaition mark on the insert surface.

JC8050 JC8118

\ e Discrimination mark of insert grade/




SIC-EVO

O Attention

A Attention to mounting head and MSN/ MGN shank arbor.

[ | Tlghtenl-ng procedure A NOTE
@ Cleamn.g . ) . i Note) 1. Only use the torque control spanner wrench or DIJET DS type
Remove dirt and chips with air from the connecting thread and ,, Spanner wrtlench. | )
. Please gently apply pressure on wrench.
face of modular head and MSN/MGN shank arbor. 3. Please confirm that there is no gap between MSN/MGN shank arbor and modular

@ Initial Tightening

Tighten by hand until the head and the shank arbor faces . . .
touch. Thread Tightening torque |Spanner size W (mm)
® Final Tightening M6 8.0N*m 87, 10
Tighten slowly with torque control spanner wrench or DIJET DS M8 16N-m 12¥¢
type spanner wrench and confirm that there is no gap. M10 16N-m 14,15

M12 20N-m 17,19
Attention : Final tightening without initial tightening M16 25N-m 22,26

cause connecting thread damage.

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. ¥ mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

A Selection of "MSN Carbide shank arbor"

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

dDc-dD1=1mm

MSN carbide shank
neck diameter: ¢ D1 \J g

N F ¥

Clearance necessary
more than 0.5mm

Coolant or air blow is recommended for
flushing the chips.

r
LE ,

<

Modular head tool diameter: ¢ Dc_|
I

/\ Caution for the mounting to shrink fit holder.

When you use a carbide shank and a modular head on the shrink fit holder, please put the only carbide shank
without modular head. Please mount a modular head after cooling off.

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.
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° MSN Carbide shank arbor

M End mill shank type

.Through coolant hole  @For high productivity

()
L)

¢ D2: Coolant hole dia.

Ds h6

@® | 25| 25| 90|24 | - 053] 1
® | 25| 55[120(24 | - 0.72| 1
0| 32|100| 180|235 2° 161 2
@ | 2510517024 | - |M12 1.03| 1
@ | 25 |135|215/24 | - 1.30] 1
@® | 25 |155|220(24 | - 134] 1
@ | 25 |200|265/24 | - 158 1
@® | 32| 25/ 90[29 | - 085 1
@ | 32| 55/120(29 | - 113] 1
@ 32| 77|/157|29 | - 147 1
@ | 32| 97/177|29 | - 164 1
@® | 3210517029 | - 159 1
O | 32 | 117|197|29 |0°38' 1.88| 2
@ | 32 |127|207|29 | - 189] 1
0| 32 |127]207(29 |0°30'|M16 223| 2
@® | 3215522029 | - 2.04| 1
@ | 32 [177|257|29 | - 2.32| 1
@ | 32 | 177|257 |29 |0°23' 278| 2
@ | 3219526029 | - 240| 1
O | 32 |197|277|29 |0°23 300 2
@ | 32225129029 | - 257| 1
@ | 32 [245/310|29 | - 2.74| 1
@ | 3229536029 | - 317] 1

@ : Standard stock item, [:Stock in Japan

Note) Please see page 7 for recommended tightening torque.

0 MGN G-Body steel shank holder

@Adopted ultra-rigid and improved body durability "G-Body".

@Short type

@Cost-effective and high strength steel shank holder.

M End mill shank type

.Through coolant hole

@G Body,

H straight arbor type

.Through coolanthole @ For high productivity

\_

=] $D2: Coolant hole dia.
o2 Coolant hole di

@ : Standard stock items
Note) Please see page 7 for recommended tightening torque.

@ D2 Coolant hole dia.

|
I
|
o
I
T
@ Ds h6|

@ : Standard stock items

Note) 1. In case of using modular head combined with MGN steel shank holder,
apply the recommended cutting conditions sheet (see page 13-30).
2. Please see page 7 for recommended tightening torque.



Both machining noise and surface are good.

Part name die plate
Work Material SS400 (JIS)
Hardness -
Tool No. SSV-2025-M16
Tool
Insert No. ZOMT160508ZER-PM (JC8118)
Spindle speed n 2500 (min)
Cutti d
LI £ Ve 196 (m/min)
Vi 2000 (mm/min)
Cutting conditions Feed speed oo
fz 0.4 (mm/t)
ap (mm) 3 (mm)
Ae (mm) 5 (mm)
Coolant Air blow (External)
Machine Double column type MC
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N (AR
SIC-EVO

Indexable End Mill SSV type

10



SIC-EVO

Attention for profile milling

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

Wé\\ ¢dc = ¢Dh — ¢Dc
AR

o]
g
§ Tool pass dia. Bore dia. Tool dia.
o 8]
o . ® =
51 © ©. @Depth of cut per one circuit should not exceed
J max. depth of cut ap.

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

Oln case of ramping and helical interpolation,
apply 80% or less feed speed from standard cutting condition table.

©ln case of drillimg, apply 50% or less Z axis feed speed from standard cutting condition.
Oln case of helical interpolation, recommend wet cutting by coolant through the tool.

OLong consecutive chips may come out in case of drilling, confirm the safe condition sufficiently.

Ramping Helical interpolation
Tool dia. |Eff. Cutting dia. | Max. depth
Cat. No. (mm) (mm) of cut (mm) Max. ramping| Total cutting length at |Min. bore dia.|Max. bore dia.| Max. drilling
angle ©° Max. ap Dh min (mm) | Dh max (mm)|  depth(mm)
SSV-2025-** 25 23.9 1.5 6.2 13.8 30 48.4 1.6
SSV-3032-** 32 30.9 1.5 4.4 19.5 44 62.4 1.6
SSV-3035-M16 35 33.9 1.5 43 19.9 50 68.4 1.6
SSV-4040-** 40 38.9 1.5 3.6 23.8 60 78.4 1.6
SSV-5050R-** 50 48.9 1.5 24 35.8 80 98.4 1.4
SSV-6063R-** 63 61.9 1.5 1.7 50.5 106 124.4 1.4
SSV-7080R-** 80 78.9 1.5 1.2 71.6 140 158.4 1.4
SSV-8100R-** 100 98.9 1.5 0.9 95.5 180 198.4 1.4
SSV-8125R-** 125 123.9 1.5 0.65 132.2 230 248.4 1.4
Ramping Helical interpolation
Tool dia. |Eff. Cutting dia.| Max. depth
Cat. No. (mm) (mm) of cut (mm) | Max. ramping| Total cutting length at [Min. bore dia.|Max. bore dia, Max. drilling
angle 6° Max. ap Dh min (mm)| Dh max (mm)|  depth(mm)
SSV-2025-** 25 23.1 1.5 6.4 134 30 47.6 1.6
SSV-3032-** 32 30.1 1.5 4.4 19.5 44 61.6 1.6
SSV-3035-M16 35 33.1 1.5 43 19.9 50 67.6 1.6
SSV-4040-** 40 38.1 1.5 3.6 23.8 60 77.6 1.6
SSV-5050R-** 50 48.1 1.5 24 35.8 80 97.6 1.4
SSV-6063R-** 63 61.1 1.5 1.7 50.5 106 123.6 1.4
SSV-7080R-** 80 78.1 1.5 1.2 71.6 140 157.6 1.4
SSV-8100R-** 100 98.1 1.5 0.9 95.5 180 197.6 1.4
SSV-8125R-** 125 123.1 1.5 0.65 132.2 230 247.6 1.4

11
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ZOMT160516ZER-PM

ZOMT160520ZER-PM

ZOMT160530ZER-PM

12



SIC-EVO

Recommended cutting con

0 FaceMill type

Tool dia.
Work materials Grades 40 50
No. of teeth 6N No. of teeth 7N
ap apxae n % ap apxae n %
(mm) (mm) (mm?) (min™)  [(mm/min)| (mm) (mm) (mm?) (min™) | (mm/min)
~100 | ~15.0 ~30 1,590 1,910 ~100 | ~15.0 ~40 1,270 1,910
Carbon steel (C50,C55)
Below 250HB JC8050 150 | ~12.0 ~20 1,430 1,430 150 | ~12.0 ~25 1,150 1,440
200 | ~10.0 ~12 1,270 1,020 200 | ~10.0 ~15 1,020 1,020
( : ~100 | ~15.0 ~30 1,430 1,720 ~100 | ~15.0 ~40 1,150 1,730
Cast steel (1.7225
Bolow 285HD JC8050 150 | ~120 | ~20 1270 | 1,270 150 | ~120 | ~25 | 1020 | 1,280
200 | ~10.0 ~12 1,110 890 200 | ~10.0 ~15 890 890
~100 | ~15.0 ~30 1,590 1,910 ~100 | ~15.0 ~40 1,270 1,910
Die steel (1.2344, 1.2379) JC8050
Below 255HB 150 | ~12.0 ~20 1,430 1,430 150 | ~12.0 ~25 1,150 1,440
200 | ~10.0 ~12 1,270 1,020 200 | ~10.0 ~15 1,020 1,020
Mold steel (1.2311. P20) ~100 | ~15.0 ~30 1,190 1,430 ~100 | ~15.0 ~40 950 1,430
old steel (1. ,
30~36HRC JC8118 150 | ~12.0 ~20 1,070 1,070 150 | ~12.0 ~25 860 1,080
200 | ~10.0 ~12 950 760 200 | ~10.0 ~15 760 760
( : ~100 | ~15.0 ~20 950 950 ~100 | ~15.0 ~30 760 950
Mold steel (1.2311, P21
O A 43HRC Jcs118 150 | ~12.0 ~15 840 670 150 | ~12.0 ~20 670 670
200 | ~10.0 ~8 720 430 200 | ~10.0 ~12 570 430
e e ~100 | ~12.0 ~12 800 640 ~100 | ~15.0 ~18 640 640
(1.2344, 1.2379) Jcs118 150 | ~10.0 ~8 720 430 150 | ~12.0 ~12 570 430
42~52HRC
200 ~8.0 ~3 640 260 200 | ~10.0 ~5 510 260
( ; ~100 | ~15.0 ~30 1,990 2,390 ~100 | ~15.0 ~40 1,590 2,390
Cast iron (GG25
160~260HB JC8118 150 | ~12.0 ~20 1,830 1,830 150 | ~12.0 ~25 1,460 1,830
200 | ~10.0 ~12 1,670 1,340 200 | ~10.0 ~15 1,340 1,340
Nodul + iron (GGG70) ~100 | ~15.0 ~30 1,190 1,190 ~100 | ~15.0 ~40 950 1,190
oqular cast iron
170~300HB JC8118 150 | ~12.0 ~20 1,030 820 150 | ~12.0 ~25 830 830
200 | ~10.0 ~12 880 530 200 | ~10.0 ~15 700 530
~100 | ~15.0 ~30 950 760 ~100 | ~15.0 ~40 760 760
Stainless steel Austenitic JC8050
(AISI 304, 316, 317) 150 ~12.0 ~20 880 530 150 ~12.0 ~25 700 530
200 | ~10.0 ~12 800 320 200 | ~10.0 ~15 640 320
: ~100 | ~15.0 ~30 1,430 1,430 ~100 | ~15.0 ~40 1,150 1,440
Stainless steel
: Ferritics/Martensitic ; JC8118 150 | ~12.0 ~20 1,270 1,020 150 | ~12.0 ~25 1,020 1,020
AIS| 403, 420J2, 430
200 | ~10.0 ~12 1,110 670 200 | ~10.0 ~15 890 670

£ :Overhunglength ap: Axial depth of cut ae: Radial depthof cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.

13
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o FaceMill type

£ :Overhung length ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.

14



SIC-EVO

Recommended cu

Q FaceMill type

Tool dia.
Work materials Grades 100 125
No. of teeth 8N No. of teeth 8N
ap apxae n Vi ap apxae n Vi
(mm) (mm) (mm?) (min™)  [(mm/min)| (mm) (mm) (mm?) (min™) | (mm/min)
~100 | ~15.0 ~45 640 1,790 ~100 | ~15.0 ~45 510 1,430
Carbon steel (C50,C55)
Below 250HB JC8050 150 | ~12.0 ~30 570 1,370 150 | ~12.0 ~30 460 1,100
200 | ~10.0 ~20 510 1,020 200 | ~10.0 ~20 410 820
( ; ~100 | ~15.0 ~45 570 1,600 ~100 | ~15.0 ~45 460 1,290
Cast steel (1.7225
agefosfz%HB JC8050 150 | ~12.0 ~30 510 1,220 150 | ~12.0 ~30 410 980
200 | ~10.0 ~20 450 900 200 | ~10.0 ~20 360 720
~100 | ~15.0 ~45 640 1,790 ~100 | ~15.0 ~45 510 1,430
Die steel (1.2344, 1.2379) JC8050
Below 255HB 150 | ~12.0 ~30 570 1,370 150 | ~12.0 ~30 460 1,100
200 | ~10.0 ~20 510 1,020 200 | ~10.0 ~20 410 820
Mold steel (1.2311. P20) ~100 | ~15.0 ~45 480 1,340 ~100 | ~15.0 ~45 380 1,060
old steel (1. .
30~36HRC JC8118 150 | ~12.0 ~30 430 1,030 150 | ~12.0 ~30 340 820
200 | ~10.0 ~20 380 760 200 | ~10.0 ~20 310 620
' ; ~100 | ~15.0 ~30 380 760 ~100 | ~15.0 ~30 310 620
Mold steel (1.2311, P21
° S3§i43HRC JC8118 150 | ~12.0 ~25 330 530 150 | ~12.0 ~25 270 430
200 | ~10.0 ~15 290 350 200 | ~10.0 ~15 230 280
YN ~100 | ~15.0 ~25 320 510 ~100 | ~15.0 ~25 250 400
(1.2344, 1.2379) Jcs118 150 | ~12.0 ~15 290 350 150 | ~12.0 ~15 230 280
42~52HRC
200 | ~10.0 ~8 250 200 200 | ~10.0 ~8 200 160
( ; ~100 | ~15.0 ~45 800 2,240 ~100 | ~15.0 ~45 640 1,790
Cast iron (GG25
160~260HB JC8118 150 | ~12.0 ~30 730 1,750 150 | ~12.0 ~30 590 1,420
200 | ~10.0 ~20 670 1,340 200 | ~10.0 ~20 530 1,060
~100 | ~15.0 ~45 480 1,150 ~100 | ~15.0 ~45 380 910
Nodular cast iron (GGG70)
170~300HB JC8118 150 | ~12.0 ~30 410 820 150 | ~12.0 ~30 330 660
200 | ~10.0 ~20 350 560 200 | ~10.0 ~20 280 450
~100 | ~15.0 ~45 380 610 ~100 | ~15.0 ~45 310 500
Stainless steel Austenitic JC8050
(AISI 304, 316, 317) 150 ~12.0 ~30 350 420 150 ~12.0 ~30 280 340
200 | ~10.0 ~20 320 260 200 | ~10.0 ~20 250 200
: ~100 | ~15.0 ~45 570 1,370 ~100 | ~15.0 ~45 460 1,100
Stainless steel
( Ferritics/Martensitic) JC8118 150 | ~12.0 ~30 510 1,020 150 | ~12.0 ~30 410 820
AISI 403, 420J2, 430
200 | ~10.0 ~20 450 720 200 | ~10.0 ~20 360 580

£ : Overhung length ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.

15
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Recommended cutting conditions for face milling

° FaceMill type

£ : Overhung length ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.

16



SIC-EVO

Recommended cutting con

Q FaceMill type

Tool dia.
Work materials Grades 63 80
No. of teeth 6N No. of teeth 7N
ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min)| (mm) (mm) (mm) (min™)  [(mm/min)
~150 ~4.0 ~63 760 1,600 ~150 ~4.0 ~80 600 1,470
Carbon steel (C50,C55)
Below 250HB JC8050 200 ~3.0 ~55 660 1,190 200 ~3.0 ~65 520 1,090
300 ~2.0 ~40 560 840 300 ~2.0 ~50 440 770
( ; ~150 ~4.0 ~63 760 1,600 ~150 ~4.0 ~80 600 1,470
Cast steel (1.7225
Below 26515 JC8050 200 | ~30 | ~55 660 1,190 200 | ~30 | ~65 520 1,090
300 ~2.0 ~40 560 840 300 ~2.0 ~50 440 770
~150 ~4.0 ~63 760 1,370 ~150 ~4.0 ~80 600 1,260
Die steel (1.2344, 1.2379) JC8050
Below 255HB 200 ~3.0 ~55 660 990 200 ~3.0 ~65 520 910
300 ~2.0 ~40 560 670 300 ~2.0 ~50 440 620
~150 ~4.0 ~63 660 1,190 ~150 ~4.0 ~80 520 1,090
Mold steel (1.2311, P20)
30~36HRC JC8118 200 ~3.0 ~55 610 920 200 ~3.0 ~65 480 840
300 ~2.0 ~40 560 670 300 ~2.0 ~50 440 620
( ; ~150 ~3.0 ~63 560 840 ~150 ~3.0 ~80 440 770
Mold steel (1.2311, P21
O R ASHIRC Jcs118 200 | ~25 | ~55 510 610 200 | ~25 | ~65 400 560
300 ~1.5 ~40 450 410 300 ~1.5 ~50 360 380
I ~150 ~25 ~55 450 540 ~150 ~25 ~65 360 500
(1.2344, 1.2379) Jcs118 200 ~2.0 ~40 400 360 200 ~2.0 ~50 320 340
42~52HRC
300 ~1.5 ~32 350 210 300 ~15 ~35 280 200
~150 ~6.0 ~63 910 1,910 ~150 ~6.0 ~80 720 1,760
Cast iron (GG25)
160~260HB JC8118 200 ~4.0 ~55 760 1,370 200 ~4.0 ~65 600 1,260
300 ~2.0 ~40 660 990 300 ~2.0 ~50 520 910
~150 ~4.0 ~63 660 1,190 ~150 ~4.0 ~80 520 1,090
Nodular cast iron (GGG70)
170~300HB JC8118 200 ~3.0 ~55 610 920 200 ~3.0 ~65 480 840
300 ~2.0 ~40 560 670 300 ~2.0 ~50 440 620
~150 ~4.0 ~55 560 670 ~150 ~4.0 ~65 440 620
Stainless steel Austenitic
(AISI 304, 316, 317) JC8050 200 ~3.0 ~40 510 460 200 ~3.0 ~50 400 420
300 ~2.0 ~32 450 270 300 ~2.0 ~35 360 250
) ~150 ~4.0 ~63 760 1,370 ~150 ~4.0 ~80 600 1,260
Stainless steel
Ferritics/Martensitic JC8118 200 ~3.0 ~55 660 990 200 ~3.0 ~65 520 910
(AISI 403, 420J2, 430)
300 ~2.0 ~40 560 670 300 ~2.0 ~50 440 620

£ : Overhunglength ap: Axial depth of cut a@e: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
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o FaceMill type

480 1,340 ~150 ~4.0
200 ~3.0 ~80 410 980 200 ~3.0 ~100 330 790
300 ~2.0 ~60 350 700 300 ~2.0 ~75 280 560
~150 ~4.0 ~100 480 1,340 ~150 ~4.0 =125 380 1,060
200 ~3.0 ~80 410 980 200 ~3.0 ~100 330 790
300 ~2.0 ~60 350 700 300 ~2.0 ~75 280 560
~150 ~4.0 ~100 480 1,150 ~150 ~4.0 ~125 380 910
200 ~3.0 ~80 410 820 200 ~3.0 ~100 330 660
300 ~2.0 ~60 350 560 300 ~2.0 ~75 280 450
~150 ~4.0 ~100 410 980 ~150 ~4.0 ~A2D 330 790
200 ~3.0 ~80 380 760 200 ~3.0 ~100 310 620
300 ~2.0 ~60 350 560 300 ~2.0 75 280 450
~150 ~3.0 ~100 350 700 ~150 ~3.0 ~125 280 560
200 ~2.5 ~80 320 510 200 ~2.5 ~100 250 400
300 ~1.5 ~60 290 350 300 ~15 ~75 230 280
~150 ~2.5 ~80 290 460 ~150 ~2.5 ~100 230 370
200 ~2.0 ~60 250 300 200 ~2.0 ~75 200 240
300 ~E ~40 220 180 300 ~ L ~50 180 140
~150 ~6.0 ~100 570 1,600 ~150 ~6.0 ~125 460 1,290
200 ~4.0 ~80 480 1,150 200 ~4.0 ~100 380 910
300 ~2.0 ~60 410 820 300 ~2.0 ~75 330 660
~150 ~4.0 ~100 410 980 ~150 ~4.0 ~125 330 790
200 ~3.0 ~80 380 760 200 ~3.0 ~100 310 620
300 ~2.0 ~60 350 560 300 ~2.0 ~75 280 450
~150 ~4.0 ~80 350 560 ~150 ~4.0 ~100 280 450
200 ~3.0 ~60 320 380 200 ~3.0 ~75 250 300
300 ~2.0 ~40 290 230 300 ~2.0 ~50 230 180
~150 ~4.0 ~100 480 1,150 ~150 ~4.0 125 380 910
200 ~3.0 ~80 410 820 200 ~3.0 ~100 330 660
300 ~2.0 ~60 350 560 300 ~2.0 ~75 280 450

£ : Overhunglength ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.



SIC-EVO

Recommended cutti

Q Endmill type

Tool dia.
Work materials Grades 25 32
No. of teeth 2N No. of teeth 3N
ap apxae n Vi 2 ap apxae n Vi
(mm) (mm) (mm?) (min™) | (mm/min) | (mm) (mm) (mm?) (min™) | (mm/min)
60 ~10.0 ~15 2,550 1,380 70 ~12.0 ~24 1,990 1,610
Carbon steel (C50,C55) JC8050
Below 250HB
eow 100 ~70 | ~10 | 2200 | 1050 | 120 ~00 | ~18 1790 | 1,240
60 ~10.0 ~15 2,290 1,240 70 ~12.0 ~24 1,790 1,450
Cast steel (1 .7225) JC8050
elicals 100 ~7.0 ~10 2,040 940 120 ~9.0 ~18 1,590 1,100
60 ~10.0 ~15 2,550 1,380 70 ~12.0 ~24 1,990 1,610
Below 255HB 100 ~7.0 ~10 2290 | 1,050 120 ~9.0 ~18 1,790 | 1,240
Mold steel (1.2311, P20) 60 ~10.0 ~15 1,910 1,030 70 ~12.0 ~24 1,490 1,210
30~36HRC JC8118
100 ~7.0 ~10 1,720 790 120 ~9.0 ~18 1,340 920
60 ~10.0 ~12 1,530 700 70 ~12.0 ~18 1,190 820
Mold steel (1.2311, P21) JC8118
38~43HRC
100 ~7.0 ~6 1,340 480 120 ~9.0 ~13 1,040 560
M) e s 60 ~10.0 ~8 1,270 460 70 ~12.0 ~12 990 530
(1.2344, 1.2379) JC8118
42~52HRC 100 ~7.0 ~4 1,150 320 120 ~9.0 ~8 900 380
60 ~10.0 ~15 3,180 1,720 70 ~12.0 ~24 2,490 2,020
Cast iron (GG25) JC8118
eV tetal 100 ~7.0 ~10 2,930 1,350 120 ~9.0 ~18 2,290 1,580
60 ~10.0 A5 1,910 880 70 ~12.0 ~24 1,490 1,030
Nodular cast iron (GGG70) JC8118
170~-300H8 100 ~7.0 ~10 1,660 600 120 ~9.0 ~18 1,290 700
60 ~10.0 ~15 1,530 550 70 ~12.0 ~24 1,190 640
Sta(inless steel Austeni)tic JC8050
AlSI 304, 316, 317 100 ~7.0 ~10 1,400 390 120 ~9.0 ~18 1,090 460
Stainless steel 60 | ~10.0 ~15 2290 | 1,050 70 | ~120 ~24 1,790 | 1,240
Ferritics/Martensitic JC8118
(AISI 403, 420J2, 430) 100 ~7.0 ~10 2,040 730 120 ~9.0 ~18 1,590 860

£ : Overhunglength ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:

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

*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
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0 Endmill type

£ : Overhunglength ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:

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

*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
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SIC-EVO

Recommended cutting cond

Q Endmill type

Tool dia.
Work materials Grades 25 52
No. of teeth 2N No. of teeth 3N
ap ae n Vi ap ae n Vit
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~60 ~3.0 ~25 1,910 1,030 ~70 ~3.5 ~32 1,490 1,210
Carbon steel (C50,C55) JC8050
Below 250H8 100 | ~20 | ~20 | 1660 | 760 | 120 | ~25 | ~26 | 1200 | 890
~60 ~3.0 ~25 1,910 1,030 ~70 ~3.5 ~32 1,490 1,210
Cast steel (1 .7225) JC8050
Below 285HE 100 ~2.0 ~20 1,660 760 120 ~25 ~26 1,290 890
~60 ~3.0 ~25 1,910 880 ~70 ~3.5 ~32 1,490 1,030
Die steel (1.2344, 1.2379) JC8050
Below 253HB 100 ~2.0 ~20 1,660 600 120 ~25 ~26 1,290 700
Mold steel (1.2311, P20) ~60 ~3.0 ~25 1,660 760 | ~70 ~3.5 ~32 1,290 890
30~36 JC8118
100 ~2.0 ~20 1,530 550 120 ~2.5 ~26 1,190 640
~60 ~2.0 ~25 1,400 640 ~70 ~25 ~32 1,090 750
Mold steel (1.2311, P21) JC8118
38~43HRC
100 ~15 ~20 1,270 460 120 ~2.0 ~26 990 530
e dlie el ~60 A 5 ~20 1,150 410 ~70 ~2.0 ~26 900 490
(1.2344, 1.2379) JC8118
42~52HRC 100 ~1.0 ~15 1,020 290 120 ~A| 4P ~19 800 340
~60 ~5.0 ~25 2,550 1,380 ~70 ~5.5 ~32 1,990 1,610
Cast iron (GG25) Jc8118
160~-260HB 100 ~3.0 ~20 2,290 1,050 120 ~3.5 ~26 1,790 1,240
~60 ~3.0 ~25 1,660 760 ~70 5 ~32 1,290 890
Nodular cast iron (GGG70) JC8118
170~-300HB 100 ~2.0 ~20 1,530 550 120 ~2.5 ~26 1,190 640
~60 ~3.0 ~20 1,400 500 ~70 ~3.5 ~26 1,090 590
Stainless steel Austenitic JC8050
(AISI 304, 316, 317) 100 ~20 ~15 1.270 360 120 ~25 ~19 990 420
Stainless steel ~60 ~30 | ~25 | 1910 80 | ~70 ~35 | ~32 | 1490 | 1,030
Ferritics/Martensitic JC8118
(AISI 403, 4202, 430) 100 ~20 ~20 1,660 600 120 ~25 ~26 1,290 700

£ : Overhunglength ap: Axial depth of cut a@e: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:

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

*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.

*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
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Recommended g conditions for face milling

o Endmill type

£ : Overhunglength ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:

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

*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.

*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
Feed speed.

*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.

*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
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SIC-EVO

Recommended cutting conditions for shoulder

QI\/IoduIar head type

Tool dia.
Work materials Grades 25 32
No. of teeth 2N No. of teeth 3N
ap apxae n Ve ap apxae n Vi
(mm) (mm) (mm?) (min™)  [(mm/min)| (mm) (mm) (mm?) (min™) | (mm/min)
~90 | ~10.0 ~15 2,550 1,530 ~100 | ~120 ~24 1,990 1,790
Carbon steel (C50,C55)
Below 250HB JC8050 140 ~7.0 ~10 2,290 1,150 150 ~9.0 ~18 1,790 1,340
210 ~4.0 ~5 2,040 820 210 ~6.0 ~9 1,590 950
( ; ~90 | ~10.0 ~15 2,290 1,370 ~100 | ~120 ~24 1,790 1,610
Cast steel (1.7225
Bolon 28515 JC8050 140 | ~70 | ~10 2040 | 1,020 150 | ~90 | ~18 | 1590 | 1,190
210 ~4.0 ~5 1,780 710 210 ~6.0 ~9 1,390 830
( ; ~90 | ~10.0 ~15 2,550 1,530 ~100 | ~120 ~24 1,990 1,790
Die steel (1.2344, 1.2379
S lovs 255 4E JC8050 140 | ~70 | ~10 2290 | 1,150 150 | ~90 | ~18 | 1700 | 1,340
210 ~4.0 ~5 2,040 820 210 ~6.0 ~9 1,590 950
~90 | ~10.0 ~15 1,910 1,150 ~100 | ~120 ~24 1,490 1,340
Mold steel (1.2311, P20)
30~36HRC JC8118 140 ~7.0 ~10 1,720 860 150 ~9.0 ~18 1,340 1,010
210 ~4.0 ~5 1,530 610 210 ~6.0 ~9 1,190 710
; ~90 | ~10.0 ~12 1,530 770 ~100 | ~120 ~18 1,190 890
LRI el Jcs118 140 | ~7.0 ~6 1,340 540 150 | ~90 | ~13 | 1,040 620
210 ~4.0 ~2 1,150 350 210 ~6.0 ~7 900 410
Hardened die steel ~90 | ~10.0 ~8 1,270 510 ~100 | ~120 ~12 990 590
(1.2344, 1.2379) Jca118 140 ~7.0 ~4 1,150 350 150 ~9.0 ~8 900 410
42~52HRC
210 ~4.0 ~2 1,020 200 210 ~6.0 ~3 800 240
, ; ~90 | ~10.0 ~15 3,180 1,910 ~100 | ~120 ~24 2,490 2,240
Cast iron (GG25
160~260HB JC8118 140 ~7.0 ~10 2,930 1,470 150 ~9.0 ~18 2,290 1,720
210 ~4.0 ~5 2,670 1,070 210 ~6.0 ~12 2,090 1,250
~90 | ~10.0 ~15 1,910 960 ~100 | ~120 ~24 1,490 1,120
Nodular cast iron (GGG70)
170~300HB JC8118 140 ~7.0 ~10 1,660 660 150 ~9.0 ~18 1,290 770
210 ~4.0 ~5 1,400 420 210 ~6.0 ~9 1,090 490
~90 | ~10.0 ~15 1,530 610 ~100 | ~120 ~24 1,190 710
Stainless steel Austenitic
(AISI 304, 316, 317) JC8050 140 ~7.0 ~10 1,400 420 150 ~9.0 ~18 1,090 490
210 ~4.0 ~5 1,270 250 210 ~6.0 ~9 990 300
Stainless steel ~90 | ~10.0 ~15 2,290 1,150 ~100 | ~120 ~24 1,790 1,340
Ferritics/Martensitic JC8118 140 ~7.0 ~10 2,040 820 150 ~9.0 ~18 1,590 950
(AISI 403, 420J2, 430)
210 ~4.0 ~5 1,780 530 210 ~6.0 ~9 1,390 630

£ : Overhung length ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
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Recommended cutting conditions for shoulder milling

°Modular head type

2 Overhung length  a@p: Axial depth of cut @e: Radial depth of cut N : Spindle speed V£: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
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SIC-EVO

Recommended cutting con

QModuIar head type

Tool dia.
Work materials Grades 25 32
No. of teeth 2N No. of teeth 3N
ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min™)  [(mm/min)| (mm) (mm) (mm) (min™) | (mm/min)
~90 ~3.0 ~25 1,910 1,150 ~100 ~35 ~32 1,490 1,340
Carbon steel (C50,C55)
Below 250HB JC8050 140 ~2.0 ~20 1,660 830 150 ~25 ~26 1,290 970
210 ~1.0 ~15 1,400 560 210 ~1.5 ~19 1,090 650
( ; ~90 ~3.0 ~25 1,910 1,150 ~100 ~35 ~32 1,490 1,340
Cast steel (1.7225
Below 285HB JC8050 140 ~2.0 ~20 1,660 830 150 ~25 ~26 1,290 970
210 ~1.0 ~15 1,400 560 210 ~1.5 19 1,090 650
( ; ~90 ~3.0 ~25 1,910 960 ~100 ~35 ~32 1,490 1,120
Die steel (1.2344, 1.2379
Below 255HB JC8050 140 ~2.0 ~20 1,660 660 150 ~25 ~26 1,290 770
210 ~1.0 ~15 1,400 420 210 ~1.5 ~19 1,090 490
~90 ~3.0 ~25 1,660 830 ~100 ~35 ~32 1,290 970
Mold steel (1.2311, P20)
30~36HRC JC8118 140 ~2.0 ~20 1,530 610 150 ~25 ~26 1,190 710
210 ~1.0 ~15 1,400 420 210 ~1.5 ~19 1,090 490
( : ~90 ~2.0 ~25 1,400 700 ~100 ~25 ~32 1,090 820
Mold steel (1.2311, P21
38~43HRC JC8118 140 ~1.5 ~20 1,270 510 150 ~2.0 ~26 990 590
210 ~1.0 ~15 1,150 350 210 ~1.5 ~19 900 410
ettt T e ~90 ~15 ~20 1,150 460 ~100 ~2.0 ~26 900 540
(1.2344, 1.2379) Jcs118 140 ~1.0 ~15 1,020 310 150 ~1.5 ~19 800 360
42~52HRC
210 ~0.5 ~10 890 180 210 ~1.0 ~13 700 210
c —— ~90 ~5.0 ~25 2,550 1,530 ~100 ~55 ~32 1,990 1,790
ast iron 25
160~260HB JC8118 140 ~3.0 ~20 2,290 1,150 150 ~3.5 ~26 1,790 1,340
210 ~1.0 ~15 2,040 820 210 ~1.5 ~19 1,590 950
~90 ~3.0 ~25 1,660 830 ~100 ~35 ~32 1,290 970
Nodular cast iron (GGG70)
170~300HB JC8118 140 ~2.0 ~20 1,530 610 150 ~25 ~26 1,190 710
210 ~1.0 ~15 1,400 420 210 ~1.5 ~19 1,090 490
~90 ~3.0 ~20 1,400 560 ~100 ~35 ~26 1,090 650
Stainless steel Austenitic
(AISI 304, 316, 317) JC8050 140 ~2.0 ~15 1,270 380 150 ~25 ~19 990 450
210 ~1.0 ~10 1,150 230 210 ~1.5 ~13 900 270
Stainless steel ~90 ~3.0 ~25 1,910 960 ~100 ~35 ~32 1,490 1,120
(Alfg{r‘i‘tg)c:ss/l‘\‘/lza&ezns‘{g%) JC8118 140 ~2.0 ~20 1,660 660 150 AR5 ~26 1,290 770
' ' 210 ~1.0 ~15 1,400 420 210 ~15 ~19 1,090 490

£ : Overhung length ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
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°Modular head type

£ : Overhunglength ap: Axial depth of cut ae: Radial depth of cut n: Spindle speed Vf: Feed speed

Note:
*1. The figure to be adjusted according to the machine rigidity or work rigidity.
*2. In case of chatter occurring, recommend to reduce the depth of cut ap or Feed speed.
*3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*4. Use air blow to flush the chip out.
In particular, Please pay attention to chip disposal when machining cavities with a vertical MC.
*5. In case of slotting, reduce Feed speed (Vf) to 50% or below of the above data.
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