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SZ geometry insert for stainless steel

B~ EUHIOLLWHERTENI D FIR T = FiE!

FaFE TMRIFIEIC + REYIH] - =57 EFEICEL)
BnrEREH #MCVDI—F 1/ J)C525XiRA!

WNMG-SZ CNMG-SZ

9“'57'

~>> VT=zyF IFEFADH



l/ _7' IU — ” : ;'\y 7 T X EEHIBITHE for Stainless steel at high speed turning processing
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1. b FUNIBEEH ETHRIEM ZRZ e TL—HRK 1. Good chip-control and stronger edge geometry

2. EEYJH BRERICEVICVDI—T 1 JHiE 2. New JC525X is for high speed turning and prevents sudden
{(JCB25X) BSAVFvT, weld chipping.

3. Exclusive carbide substrate gives excellent toughness.
3. MRERICEN-ERBMZRA.

4. 1~3DHEHFEDEICKD . AF VLV AHDOFEIMIT
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JEFA%EEE Application area

A& : AT VU ATDR~FIT  Application areas: Medium to roughing for stainless turning

HIEE: Ve=150~250m/min
utting speed: Vc=150~250m/min

{YBI5E ) Cutting area
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Wide applications from continuous cutting to severe interrupted cutting.
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SZJL—AD4E Features of new “SZ” geometry
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Removed top & bottom coating

More stable sitting on insert's seat s——— (IBREF)
provides security increasing tool life. Major flank notch
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20 degrees wall
Good chip-control for wider cutting areas.
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Positive rake cutting edge P FEEEDERHE

Reduces cutting heat generation. X.L\_XICEFI':H .
Wider and smooth chip pocket
Smooth chip evacuation avoid welding.
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Removed top &
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Nose section N~N~~—— f #EIH Material: SUS304 5838 Wet
YIHIZ44 Cutting conditions: Ve=200m/min, f=0.3mm/rev,
dp=2.0mm
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i 1ECVDIO—5 /5 JC525X New CVD coated grade “JC525X”
MEEDSVNI—TV IRKRE + HEOE UV EIER

Improved heat resistance and wear resistance coating + tougher substrate
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TiNJZ TiN layer

YR EREIE(CKDREZRLLE

Stressless and smooth surface treatment

a-Al203JE a-Alz0s layer
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Improved thermal protection and oxidation resistance for H.S.C.
TiCNJE TiCN layer
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Improved chipping resistance and wear resistance.

#BIEFIHT Gradient substrate
HMEOFWVEMHFvE 7]
Optimizes deformation resistance and toughness.

B ATVUAH Stainless-steel
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CVD#HERDZERNZ RIS WP EITST LICKD.

50 Mo | M20 | M30 | M40
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Grade

Ahove new coating and substrate offer reliable behaviour at
high cutting temperatures.
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{EXEDTOYID L FUIBEEHICBND #HIA Material: SUS304 5838 Wet

Better chip-control at lower feed rate. FERFv7

HnELE (1) Tool life comparison No.1

WHIH Material: SUS304 ;25 Wet
{ERF v~ Insert No.: WNMG080412

Y544 Cutting conditions: Vc=200m/min, f=0.3mm/rev,

dp=2.0mm
(IB5REEFE) Major flank notch

Insert No.: WNMG080412  ¥JHIIZf4 Cutting conditions: Vc=200m/min

EnELE (2) Tool life comparison No.2

A4 Material: SUS304 SE=% Wet

{EEF v~ Insert No.: WNMG080412

HIAIZAE Cutting conditions: Ve=250m/min, f=0.3mm/rev,
dp=2.0mm

(IE5REEFE) Major flank notch
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ISR (min) Cutting time
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HITEERS (min) Cutting time
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SZIL—-AFYT 100% > 14t 80% > Qit 70% SZIL—-AFYT 100% > 14 75% > Qit 60%

DIJET SZ geometry insert (100%) Competitor I (80%) Competitor Q (70%) DIJET SZ geometry insert (100%) Competitor 1 (75%) Competitor Q (65%)
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S)Lz/ —7]'U — H l ‘W XFILXIWEEEIBITE for Stainless steel at high speed turning processing

CVDO—F+45 =+ 3 . .
B R FEOERS (LK) | VD coted A (mm) oimesions
Insert shape Metric code A |=ay J—HR IS
JC525X Inscribed circle Th;;:kn:;s Nose radiusi Hole di::a:.
CNMG120408-SZ @) 12.70 4.76 0.8 5.16
CNMG120412-Sz @) 12.70 4.76 1.2 5.16
O : JEETEEER.Soon to be stocked 15— 10fAA DT, 10 inserts in one case.
CVDI—F4% o+ 3 _—
B IFUEES (xR | WD cored  Rmm) e
Insert shape Metric code W;gp:_l = = /_7\“35?2 /"'Q 42
JC525X Inscribed circle Tﬁkn;—ss Nose radiusi Hole di:zla:.
WNMGO080408-SZ O 12.70 4.76 0.8 5.16
WNMGO080412-SZ O 12.70 4.76 1.2 5.16

O : EETEER.Soon to be stocked

=40 [=([ES -3 Recommended cutting conditions for SZ geometry insert

1 —Z10fBADTY, 10 inserts in one case.

INIHZEE Type of machining .

1 Hl 44 [ T:kay Zg)%na%
Work materials Hardness T Continuous Wi#E Interrupted Depth of cut
ATV A YIHLERE 59 90— _2 0=
Rt oo | URE | 970-230-170 230-200-150 15-3.0-5.5

SUS316, SUS420J2% Below 220HB E=he
$16, SUSA20. e 0.2-0.4-0.6 0.2-0.4-0.6 15-3.0-5.5
VEEE _190_ _10N— o L_
TR s | MR | 140-120-70 120-100-60 15-2.5-4.0
Stainless steel A | 0.2-0.3-0.45 0.2-0.3-0.45 15-0.5-4.0
(mm/rev)
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"I"I#ﬁirﬂ i1 DIJET INDUSTRIAL CO., LTD.

K it TH47-0002 KPR FEFXANSER2T BH1%185  TEL. 06 (6791) 67811K%  FAX. 06 (6793) 1221
Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan Phone: 81-6-6791-6781

TEL.048(949)7720 FAX.048(949)7730

P B E 3 A TEL.045(290)5100 FAX.045(312)0066
A6 B SR E SR Pl TEL.0276(45)8588 FAX.0276(46)7446
il & 7 7 « & TEL.022(299)0528 FAX.022(299)3270

B B3 s

(BEREE) TEL.052(851)5500 FAX.052(851)8311

AR B 3 P TEL.053(456)2133 FAX.053(456) 7938
2 W = 3 P TEL.0566(82)5891 FAX.0566(82)5822
= &8 7 7 1 A TEL.0595(52)2800 FAX.0595(52)2841

AV I—RYrR—LNR—T
http:// www.dijet.co.jp

J Rt oU—23—IL

Fax: 81-6-6793-1221

JQA-2089 JQA-EM1580

(ﬁ) TEL.06(6794)0216 FAX.06(6794)0217

& LU E 3% P TEL.076(425)5171 FAX.076(425)5187
Ik B = 3 P TEL.082(282)3712 FAX.082(282)3742
i M = 3 P TEL.092(284)4610 FAX.092(284)4617
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0120-39-81=-39  FAx06-6793-1230
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WARNING: «Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.

Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

Q@I EHKE. B DI FELFLEET DT ENHDFT , Specification shall be changed without notice.
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