£5704=2—ZNo0.482

k- FHIMNIASEHBELRISMA TR

High Efficiency Face Milling of Cast Iron and Steel
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SEC-DNX (F) 8Y/DNHE-DNHSH!

SEC-DNX(F) type / DNH type and DNHS type
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High efficiency machining of up to max. 8mm depth of cut !
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Double-negative cutter configuration for excellent cutting edgs strength utilizing economical

8 cornered, high rake angle negative type inserts!
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3 different cutter styles to cover general purpose to high efficiency, high feed milling
applications. All cutter styles uses the same type of insert.(Excluding wiper inserts)
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U —X*ﬁlﬁ Series Lineup

Negatlve inserts W|th hlgh rake angles

for high feed & low force machining
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Application Map (Cast Iron Milling)
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For milling of carbon steel, reduce the conditions below by 20 to 30%

. tﬂﬁ“ﬁﬁtﬁﬁ Force Comparison
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*Below are general condition guides. Actual conditions will depend on machine rigidity, tool overhang, depth of cut etc.
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work clamp rigidity, cutting depth, and other factors.

The cutting power above is a guide. Actual conditions will need to be adjusted according to machine rigidity,
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Fcr the DNHS chip heights are alternatively placed, so the actual feed rate per tooth is double. Use with fz=0.5 mm/t
tual feed rate 1.0 mm/t) as the upper limit. The cutting power above is a guide. Actual conditions will need to be
accordmg to machine rigidity, work clamp rigidity, cutting depth, and other factors.




SEC-DNX (F) 120008

SEC-DNX(F)12000 type

#ek - S5 DS EEZE N T H

BAVHARE 1ax Do
&8 -6 | [8mm / P
&

\ Radial 250 P sk sk 7S HeW ERH
High Efficiency Milling of Cast | d Steel " R N -
[o] iciency Milling of Cast Iron an ee e (DNX (F) )
i oD i D4 i D ; D
Fig 1 oD ] Fig2 oDs Fig 3 raD': 1 Fig 4 ng: 1
24, ad od od
& Q% a ‘QT' GJ_? aT'ﬁl?
¥ ﬁ
| NJ /’ S s L N]Q
B 5 ] ]
[ik] od; ® ®
1020] P.C.D66.7 P.C.D101.6
oD, oD, od, od;
-] | oD,
. $1$ BOdy (DNX 1 EOOOR) 775_9—_%250 Approach Angle 25° |}J1Fﬁ9/f T cenerat purpose ‘,:vr:l
;__?é % EE T_" if Dimensions (mm) 3\]%& ﬁi‘ﬂ}g*g{ﬂ %%(Kg) Flg
Catalogue No. Stock QDC QD1 QDb gd1 Lf Qd a b g No. of teeth |Effective teeth| ~Weight
DNX 12080R o 80 88 60 13 50 25.4 9.5 6 25 6 6 1.2 1
DNX 12100R () 100 | 108 70 | 46 50 [381.75 | 12.7 8 32 7 7 1.6 2
DNX 12125R o 125 133 80 56 63 |38.1 15.9 10 38 8 8 2.8 2
DNX 12160R ([ J 160 168 100 72 63 |50.8 19.0 11 38 10 10 4.4 2
DNX 12200R o 200 210 150 130 63 47625 | 25.4 14 35 16 16 8.0 4
DNX 12250R o 250 260 180 160 63 47.625 | 25.4 14 35 20 20 12.2 4
DNX 12080RS [ ) 80 88 60 135 | 50 |27 12.4 7 25 6 6 1.2 1
DNX 12100RS () 100 | 108 80 | 46 50 |32 14.4 85| 29 7 7 1.6 2
DNX 12125RS [ J 125 133 80 56 63 40 16.4 9.5 29 8 8 2.8 2
DNX 12160RS () 160 | 168 | 100 | 88 63 |40 16.4 95| 29 10 10 4.4 3
DNX 12200RS [ J 200 210 150 130 63 |60 25.7 14 35 16 16 8.0 4
DNX 12250RS ® | 250 | 260 | 180 | 160 63 |60 257 | 14 35 20 20 | 122 4
. $1$ Body (DNXF 1 EOOOR) 77:'_}%250 Approach Angle 25 NS A 7F\vzz;)\\(:' type
DNXF 12080R [ ) 80 88 60 13 50 25.4 9.5 6 25 8 8 1.2 1
DNXF 12100R () 100 | 108 70 46 50 | 31.75 | 127 8 32 10 10 1.6 2
DNXF 12125R () 125 | 133 80 56 63 | 381 | 159 | 10 38 11 11 2.7 2
DNXF 12160R o 160 168 100 72 63 50.8 19.0 11 38 12 12 4.4 2
DNXF 12080RS [ ) 80 88 60 135| 50 |27 12.4 7 25 8 8 1.2 1
DNXF 12100RS () 100 | 108 80 46 50 | 32 144 | 85 | 29 10 10 1.6 2
DNXF 12125RS () 125 | 133 80 56 63 | 40 164 | 95 | 29 11 11 2.7 2
DNXF 12160RS ® | 160 | 168 | 100 | 88 63 | 40 164 | 95 | 29 12 12 4.4 3
¥ TER 0200mm B EFOT —FRICIEDE T . AEICT v TIFHHAALTHD FE A,
* Cutters with tool diameters of 200 mm or above come with locators. Inserts are not included
280mMmmAYE DT —) \NDFFDFFITE. JIS B1 176 [7NATUTERILN (M12X30~35mm) ZTERLIEEN
Please use JISB1176 "hexagonal bolt" (M12 x 30 to 35mm) for securing the @80mm cutter to the arbor.
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“ ‘ Chips are jammed tight, m Smooth chip formation with
m . high cutting force. m low cutting force!!
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@®mark : Standard stock item @mark: Standard stocked item (expanded item) Blank : Made to order



SEC-DNH (S) 12000%!

SEC-DNH(S)12000 type
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High Efficiency Milling of Cast Iron and Steel (DNHE)  (DNHSH)
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. $1$ Body (DNH 1 EOOOR) 77D_9:%660 Approach Angle 66° |/J\wﬂ37%ii09/rj Small DOC. hwgh'eedtypel

?_j.g § EE T_'— EZ-E Dimensions (mm) }j%ﬂ ﬁ;}_ﬁ\]ﬁz E%(kg) Flg
Catalogue No. Stock QDC QD1 ng gd1 Lf gd a b g No. of teeth|Effective teeth|  Weight
DNH 12080R | ® | 80 | 104 60 | 13 50 |25.4 9.5 6 25 6 6 15 1
DNH 12100R | ® | 100 | 124 70 | 46 50 |31.75| 127 8 32 7 7 | 19| 2
DNH 12125R [ 125 149 80 56 63 38.1 15.9 10 38 8 8 3.2 2
DNH 12160R | ® | 160 | 184 | 100 | 72 | 63 |50.8 | 19.0 | 11 38 | 10 |10 | 51 | 2
. $1$ BOdy (DNHS -I EOOOR) 77':]_}%660 Approach Angle 66° |‘:Ptﬂﬁ37‘%ii09/(7 Medium DOC, high feed type
DNHS 12080R| ® 80 116 60 13 50 |254 9.5 6 25 6 3 1.7 3
DNHS 12100R| ® | 100 | 136 | 70 | 46 | 50 |31.75| 12.7 8 32 8 4 | 23 | 4
DNHS 12125R| ® | 125 | 161 80 | 56 63 |381 | 159 | 10 38 | 10 5 | 3.2 4
DNHS 12160R| ® | 160 | 196 | 100 | 72 63 |50.8 | 19.0 | 11 38 | 12 6 | 6.2 4
# XNGT1205ZNEN-W D J{\—=F v ITEEREERF B o FFICTVTFHEHAALTHDFEE Ao
*XNGT1205ZNEN-W wiper inserts cannot be used. Inserts are not included
280mmAY T DT —) \NDFFEHFFHFICIF. JIS B1 1768 [7XETUSTENRILN] (M12X30~35mm) ZSERALIEE L,
Please use JISB1176 "hexagonal bolt' (M12 x 30 to 35mm) for securing the @80mm cutter to the arbor.
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Chips are jammed tight, m Smooth chip formation with
“ low cutting force!!

high cutting force.
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*Included with @200 mm and higher cutters
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SEC-DNX (F) 8Y/DNHE-DNHSH!

SEC-DNX(F) type / DNH type and DNHS type

.Eﬁﬁ 55&“ Application Examples
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Automotive Component/f 'art Name/Material onstruction Machine Parts/Steel
vy= ;Jatzaa (BT30) feFE R YY=2J12%(BT50)
achining Center (BT30) Machine Usec fachining Center (BT50
R A—7
Sumitomo Previous Maker Sumitomo
R4 |DNXF 12080R |1 R4 |DNHS 12100R| 7
T= 9—-\‘%‘7 G o TE 9:\?"7 HE
© [TEEmm] so = | R oo
T8 8 8 TR J8 | 8@ 7
F v 7H® | ACK200 | KiECVD F v J# | ACP200 | PHECVD
EEEMm/Mmin| 200 200 t)]ﬁ"JiEE m/min)| 140 200
—RERDORDE|  0.089 0.069 &) B 0025 0.095
g | MM/ y=420mm/min)| (v=420mm/min) 7 Uggﬂ(}) (v=450mm/min) | (v=300mm/min)
i wARMASmM)| 1.6 16 R HARTAHM)|  3~4 3~4
HIHEIE(mm) 60 60 HIHEIIE(mm) 50 50
Cutting Width Cutting Width
Dry/Wet Wet Wet Dry/Wet Dry Dry
BSk CHERRICEN2EB EDREMZERK. EeRmICHEN . SEDSEREFRN IO 4R,
Under similar cutting conditions, DNXF could achieve double the tool life of previous cutter. Achieving 1.5 times high efficiency than previous cutter.
¥ (ORIFBEHE
*( ) indicates no. of effective teeth
DT ER /4 EIA KEHm/FC250 INLER R/ E+4 I\DI>S/FC250
Part Name/Material Home Appliance Parts/FC250 Part Name/Material Housing/FC250
fEFAERAH RYZUG+r%(BT50) ez RYZUH+r%(BT50)
Machine Used Machining Center (BT50) Machine Used Machining Center (BT50)
x| BE | @R x| BE | xR
M« IDNXF 121008 HWRAY Y M7+ |DNX 12160R| AAAY Y
Cutter Body Cutter for FC Cutter Body Gen. Purpose Cutter
tn | 727 | mm [FAFYT o 727 | em |[FUFyT
v | TERmm| 100 100 v TERmm| 160 160
No. of teeth 1 O 1 O No. of teeth 1 O 1 O
ACK200 K#&ECVD ACK200 K#&CVD
314 314 200 200
HO0E0E 015 | 011 %%mh)s 015 | 0.0
7l nmst 1 (y=1500mm/min) | (4=1,100mm/min) DMl nm/) | (y=597mm/min) | (v=398mm/min)
R [WEBIAH| 15 15 RfF (WA 35 a5
Cutting conditions xial Cutting conditions xial
tJJﬁlJmm(mm) 80 80 Eﬂﬁﬂ\j}lﬁi(mm) 135 135
Dry/Wet Wet Wet Dry/Wet Wet Wet
ERRICHENT ABOSEREERMT., 1.3;MEOREFMEN, ER@ICHNT BEOREMER.
Achieving 1.4 times higher efficiency with 1.3 times better tool life than previous cutter. Achieving 1.5 times better tool life than previous cutter.

.9: v 7Eﬁﬁﬁﬁﬁ Milling Grade Map
(£ LEDED (Z2t7HN) (T80 (488080 (E4780)
ISO% Medium Cut

Finishing Light Cut Roughing Heavy Cut

01 10 30 40

ISO Classification

55454 EHONA~EENTH

General purpose~high speed machining of Ductile Cast Iron

Cast Iron

&% - 9051 EKONAENTA

General purpose machining of Cast Ironjand Ductile Cast Iron

ik - 9951 VEBONA~ UG,/ BHMI TR

General purpose-heavy interrupted machining of Cast Ironjand Ductile Cast Iron / Machining of Hard-to-cut materals

A 2200

SI _ﬂlfm Aﬁiﬂ@ﬂﬁﬁﬂﬂlﬁﬁ

General purpose machining of General Steel and Alloy Steel

Stainless Steel \nterrupted‘machlnmg and S!a\nless Steel machining




. /Tﬁ'i"j'f/ (—ijﬁﬁﬁimii% Important Notes About Wiper Inserts With Holes
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When attaching the wiper insert, attach it as shown in Fig 1.

Fig 2 DRICHHIIF B
EEFINIEESE §5NFE A

When attached as shown in Fig 2, the normal roughness cannot be obtained.
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The wiper insert has a double-sided two-corner specification.
Q@UAI\—FvTDEZAICOVTIE, #BE5HHOTD
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Refer to Technical Guidance of General Catalogue page N9 for wiper insert concept.
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Do not use with DNHS type or DNH type.
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IEEEYS

Correctly attached

BT I A mEER

Attached in wrong direction
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Incompatible

SEL=]

Incompatible
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® \lery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety

® Please handle with care as this product has sharp edges.
@ |mproper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire

precautions must also be considered. recommended conditions.

extinguisher is placed near the machine.
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