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EXSKS>1)—X EXSKS SERIES
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High-feed milling tools with double side inserts which achieve ultimate high-feed machining

1 y—trixmEERAR L

63— L HkcmEn. -
Economical double-side insﬁ comers). : . ﬁ Eﬁﬁﬁ E.r ﬁE !

Double-side usable!

1 oy—rmEES T T4 ILiEEzER,
£ oY— b ER L 1 ATHREICEETE. YEERIZL 3
£ oY— rEE RIS BE LEEEREER,

Due to dovetail-shaped binding face, movement of inserts which
occur by cutting force is prevented only single screw clamping.

y—
FITTAIVEEE
Dovetail-shaped

= 1

G-Boady,

p
A Y — A EE R ALY Application
:

ISo { P10 | P20 | P30 | P40 | MO1 | M10 | M20 | M30 | M40 | KO1 | K10 | K20 | K30 | HO1 | H10 | H20

[ Jcsoso [ Jcsoso
PR [ Jcsis
[ Jcrse0 - |Jcrse0

I Jucsis Jcs118

A VY — b IETHRAEHE O B EEEICENL = <ICT560>, T /N— FUEO50HRCUL T OSEEH - BHRMIICEVWTEEGEZRET S
<JC8118> B L U, MRBHEICENT-BHM LMERLEDE MEEEHASHEAAKEOEVHMEICB0>EF51 v v T,

Adopted 3 insert grades: PVD coated grade “JC7560” improved fracture toughness & heat impact resistance.

PVD coated grade “JC8118” achieved longer tool life for mold steel,

high hardened die steel less than 50HRC & cast iron. And new PVD coated grade “JC8050", that adopted carbide substrate with improved
fracture toughness & coating layer can be widely applied for carbon steel, mold steel, & stainless steel.
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NEW
EXSKS-05417 Exsks-05type

( N ( )

¢ 20~63 ﬁ
INEBHT b
BEYIIH A5 Ry T

Endmill type Modular head type
By adopting multi blade specification with small diameter, high-feed machining is possible

EXSKS-07%2147 Exsks-07type

¢ 32 80 e / N < 2
NI A T IL, / @
NSYROENT-

Eﬁ”’]ﬂlﬁ‘ﬂﬁgo ) NI4T ’ \:E’)‘:L-Sv—/\"/ F‘a«r;

Endmill type Modular head type

Adopted specifications which achieved both insert strength and sharpness.
Stable high-feed machining is possible.

EXSKS-094%17 Exsks-ootype

¢ 50~160
KEBEYLXESL VTV,
PEVSRIESF—FT
BthAHFEEYINIH AT EE,

Lined up holders of big diameter. High-feed machining with bigger depth of cut is possible by adopting high-rigid inserts with larger thickness




EXSKS>)—X EXSKS SERIES
Q1 H— MR

EXSKS-054 14 7

WNMU0503ZOZER-PM
#%& : JC8050
4 Y9 — FEREIC grade JC8118
DS50TTED
M3 44 X4 CHRA ! —8E8AA S AN (50HRC LUTF) I-Bi
) . Optimal breaker for mold steel &
M3 size screw for firm  High hardened steel less than 50HRC

clamping of inserts

P/IGa—7+R [HIVELE|EVLAA#=E
Coner radius for programmmg RENEL Over cut
MaxAp=1.5mm | —

. | R2.5 || 0.5 || 0 |
l<—>lw=4.8 | R3 | 041 || 013 |

EXSKS-074 4 7

WNMU070620ZER-PM

#7%& : JC8050
grade JC8118

— gl SHEANGE (50HRC LUF) [C&Ri@
Optimal breaker for mold steel &
ngh hardened steel less than 50HRC

P/G 3—F R ﬁlJW%l,i
Coner radius for programming Remains Over cut
MaxAp=2mm

| R3 0.80
_t_
| R3.5 || 0.73 || 0.06 |
R4 0.66 0.21
W81 | || || |
O
EXSKS-094% 14 2
AV 4
WNMUO090720ZER-PM WNMUO090828ZER-PL
#%E : JC8050 #7%E : JC8050
grade JC8118 grade JC8118
JC7560
MaxAp=3mm ap=0.6mm~ap=1.2mm®O K% v FITEDHKMIIEETY .
EHRRVROEEDNIMRK CIRENIEOTHIEROEHEZERL .
ap=14mmU LD FEMIR VRS v FITHD REMIOEBERFRILERRLET,
BRMIICRETT, Suitable for machining shapessuch as pocket milling with ap = 0.6 mm to ap = 1.2 mm.
Suitable for face milling of ap=1.4mm or more The composite shape of the straightand radius cutting edges reduces fluctuations
L and shape machiningsuch as pocket machining. y \in cutting resistance during corner machining, realizing stable machining and extending tool life.
PM insert PL insert o P/(j :fl_+ R : ﬁ“:zjﬁll’i ﬁ;\ﬁ}ti
% - oner radius for programming emains Ver cu
n\ MaxAp=3mm (2mm)
| R3 [ 141 |[ o |
1 T | R3.5 13 [ o |
R4 | 1.19 || o0.025 |

W=8.2 |
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t’]ﬁ“ﬁﬁg Cutting performance

05 5247 05 type

TEFMLEE Tool life comparison

—hA— Dt (#1E1) —A— Dt (#7E2) =®= MEX05(JC8118)

Competitor D (Grade 1) Competitor D (Grade 2) / WHEIA - SUS420J2 \
Material Mold steel (P20)
0.3

e TEE : 25 MEX-302505-M12)
Tool dia.

g 0.25 oA Y — 47 : JCB118

S Insert grade

= WNMUO050320ZER

S 02 o JHISH -

é Cutting conditions:

= Vc=120m/min

£ 015 A / fz=1.5mm/t

E é:/ ap=0.8mm

] ae=14mm

ﬁ 0.1 s «DOWN CUT,

iz I 7 70— Airblow

;'ﬂg I IZTHNT

X 0.05 Test by one insert

N \_ J

0
0 50 100 150 200

NI (m) Cutting length

- - 27 UL ABOEE Y
ComfertiﬁiosDD (©) ¢ 7]I]Il: *5 T "EJ
BERRADL <

HiEQ
Competitor D ()

Dit | e REMZERH |

EXSKS-05 type achieved
DIJET small wear and long tool life
WNMU050320 = - =5 : : in stainless steel
ZER-PM(JC8118) = . high feed machining!

NEW

UJEMEE'I’E?:‘E Chip removal performance

YIEEEHEOR W 5 A T BREA A H
YRy b Lk DAEEN =ML !

Large chip pocket achieved Peripheral groove prevented
excellent chip removal body rubbing!

EROWMEMLA VY — IR i =] \ NEAEHY SR L
YIBRYT Y b = (05% 14 ) Not peripheral

Normal Indexable chip pocket . Peripheral groove groove




EXSKS>1)—X EXSKS SERIES

t’]ﬁ“ﬂﬁg Cutting performance
07 547 07 type

TEFMEEE Tool life comparison

== D t[E% & Competitor D m— DIJET /?&ﬁﬂ*? - pxs \

06 Material Mold steel (P20)
' 5 PR - TTRAMC
Machine Vertical MC
5 05 eTEE : ¢ 32Mex-2032-07-M16)
% ke
Large wear o L] H :
E g) DIJ ET Cuttingﬁonditions:
% 04 Vc=200m/min
= fz=1.5mm/t
€ 1 20 m ap=1.5mm
£ ae=22mm
= i
: 03 / IEREH UP & DOWN CUT,
it 4= I 7 JRA—Airblo

i / (HgHgEaT) AT THT
E 0.2 L Test by one insert
ﬁ Normal wear \_ J
B (still able to

0.1 / /.,/ continue) =X UMTTH

'C’_ﬁ_/r EXEETNIAN
0 A HE,

0 20 40 60 80 100 120
I (m) Cutting length Possible to process with
normal wear even in high

feed milling.
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09 5247 09 type

U]ﬁ'”gﬁttiﬁ Cutting force comparison

W 53 A Vertical forceM & 5 1Feed force™ 3% V) 53 1Back force® & F1Power consumption /?Eiﬁﬂﬁ' NAKS0 \
Material NAKS80
50009 4,593 eTEE : ¢63
o 4,500 4.275 Tool dia.
= o JHISH -
z 4,000 Cutting conditions:
£ n=450/min
g 3800 1 i Ve=90m/min
3 3,000 - - Vf=680mm/min
= fz=1.5mm/t
€ 2500~ [ ap=0.7mmx5/%8 X
B 2000 - - (R YA#)
g 1,500 | B a:a=45mm .
‘ 1HS Ay b down cut by one insert
1,000 - B NET 7 — Air blow(internal)
500 B Qggn‘:h' L 150mm Overhung length J
0 -
182 28R 38R 48R B8R 18R 28R 38R 48R 5S8R BYAANMITH
WNMUQ90720ZER-PM WNMUQ90828ZER-PL ?E LT" huIb‘*E‘r.{ﬁg
# Steady machining is
achieved by reducing
the flucturation of
13X B (FEMI) 5/8XEB (FEEBANTI) cutting force
1st pass(facemilling) 5st pass(cornermilling)

TEFMHEE Tool life comparison

-9-\WWNMUO090828ZER-PL(JC8118) =& WNMUO090720ZER-PM(JC8118) -@-B%t / \
#HHI% . NAK8O
1 Material NAKS0
0.9 eTHEHE : ¢63
g 08 Tool dia.
s m / oMM
é 0.7 Cutting conditions:
< I3 | n=450/min
s 06 Ve=90m/mi
= / l c=90m/min
E 05 Vf=680mm/min
E 04 / 1 fz=1.5mm/t
e : ap=0.7mmx10/V R
¥ 03 47 / (Y AH)
gt 0.2 / ae=45mm
. /', { 1H &9 Ay b down cut by one insert
01 # N RERZ7— A blow(internal)
0 ¢ M W @%Hﬂ L 150mm Overhung length J

0 10 20 30 40 50 60 70 80 90
YIHIE (m) Cutting length

| [ om | em | eom | sm |
WNMU090828
oo Fam GIMIER DEB £
GOOD — —
HHlTdZEickY
ZER-PM(JC8118)

Longer tool life is
achieved by reducing

Competitor B

cutting force.




EXSKS-05 2 A4 7

BLRMBEE Linew

EXSKS-05 type

05 5247 05 type
QR744T2542

Facemill type

G-Body;

@/ —3 v hRfFE

Through coolant hole

¢Db

el
par
Bdt
¢Dc ' @P
Q ZFW Body TEEID
sti% (mm) Dimensions HIEA S — k
',5(’ 2 inserts
7 i HE | A% 7—\Aty kAR .
= CEL L Stock |No.ofl ype | 1t | ¢Do | 6d | édt | a | b | 2 Set bolt kg)
§ inserts © i B l Weight
® EXSKS-5040R-05-16 [ ] 5 40 45 35 16 13.5 84 | 58 19 M8 0.25
= g .
2 % ExsKs7050R0522 | @ | 7 | 50 | 50 | 40 | 22 | 165 | 104 | 63 | 20 M10 "ﬁ(jjggg)’ V039
. Head cap screw WNMU050320
g’ ¥ | EXSKS-7052R-05-22 o 7 52 50 40 22 16.5 | 104 | 6.3 20 M10 P 0.41 ZER-PM
& ; (JIS Standard)
EXSKS-8063R-05-22 ( ] 8 63 50 48 22 17 104 | 6.3 20 M10 0.65
@ : A—H—7FEE& Standard stock items
) 1L AIKISA VY — MEEARATHY EH A,
2. REISLUFBEUY 52 TR LS EMHIEH (MOLY) EHBL TH Y EHA (3I5).
3 EBEYHIEHL 27 R—SETBRIEEL, ;e parts
Note)1. Al cutt lied without inserts. = S <
¢ e)z, Al cutters are ZESS\:ZA without wrench & MOLY. Ak A L >F Wrench
3. Please see page 27 for recommended Cutting conditions. CIamp screw (E“ﬁ not be included)
B
& /
TSW-307H A-10
ARk A HELILY (N-m)
Clamp screw Recommended torque
TSW-307H 21

G*Body;

M EME ICEBN FR S + REOGNME(IT L Y, REMS65HRCLU L EBEEN DRERITHR SR T, ARMAMS L VT EFHEAEMELE30%
UE7 v T, BEAMIZHICIEAZRELET. 512, OYKTORE. FORELZMHTINRLHYET.

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert pocket and holder against
thermal deformation, improved body durability and tool life by 30% or more. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and
anti-welding effect is much improved.
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05 5247 05 type

Qv V84T ITISA4AR @9—52 rRiTE
End Mill type Through coolant hole

— ¢ D1

¢ Dc
L
il

|

|

|

|

|

|
¢ Ds

o *% Body TEMHID

20 | 20 50 | 130 | 18 20 | 1
20 | 20 80 | 160 | 18 20 | 05
21 20 50 | 130 | 18 20 | 1
21 20 80 | 160 | 18 20 | 05
25 | 25 60 | 140 | 23 25 |1
25 | 25 | 100 | 180 | 23 25 | 05
26 | 25 60 | 140 | 23 25 |1
26 | 25 | 100 | 180 | 23 25 | 05
32 | 30 70 | 150 | 29 32 | 15
32 | 30 | 120 | 200 | 29 32 | 05

WNMUO050320ZER-PM TSW-307H A-10

® & 6 6 6 6 6 0 o o
s lw|lw|lwlwvivid(N

® : A—h—7EES Standard stock items

) LKKISA Y — MEIHEARATHY FE A,
2. LYFHEVY 52 TR LHEEFEHIEHR (MOLY) BRKIZHBL: LERA RIF) JEHEROLZEN,
3 BEEIFEHF 29 R—SETBBEZEN,
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Please see page 29 for recommended Cutting conditions.

TSW-307H 21




EXSKS-05 2 A4 7

BLRBEE Linew

05 5247 05 type

QELa5—~vFaq47
Modular head type

('

Q*ﬂ( Body

EXSKS-05 type

@/ —3 U RfFE

Through coolant hole

¢ Dc

e

TEHEID R yhilT
<+ (mm) Dimensions ;e Parts
Wﬁi;{sg:é_ b 9507kl L'>F Wrench
& 7 ﬁmf Clamp screw  |(3155 not be indluded)
Cat. No. Stock [119: % #Dc| Lf | ¢Db| MD | C | W &
& /

MEX-2020-05-M10 [ ] 2 20 30 18 | M10 9 14

MEX-2021-05-M10 ([ ] 2 21 30 18 | M10 9 14

MEX-3025-05-M12 [ J 3 25 35 23 | M12 | 11 19

MEX-3026-05-M12 [ J 3 26 35 | 23 \M12| 11 19

MEX-3028-05-M12 [ J 3 28 28 23 | M12 | 11 19

WNMUO050320ZER-PM| TSW-307H A-10

MEX-4030-05-M16 [ J 4 30 43 27 | M16 | 12 22

MEX-4032-05-M16 [ J 4 32 43 29 | M16 | 12 22

MEX-4033-05-M16 [ J 4 33 43 29 | M16 | 12 22

MEX-4035-05-M16 [ ] 4 35 43 29 | M16 | 12 22

MEX-5040-05-M16 [ ] 5 40 43 32 | M16 | 14 26
® : A—H—FEES Standard stock items
) LKKISA Y — MEEARAATHY FR A,

2. LUFBEVY T2 TR LHE M ERHIEA (MOLY) [EAKIZHBL LERA BIF) JIEERH L EL,

3. EVaT—AY FHEHOMT R 18 R—J& TBREZEL,

4 BREVHIZHE 3 R—DETSMESL, 25v TR0 2 RLS (N-m)

o Clamp screw Recommended torque

Note) 1. All cutters are supp\!ed w!lhout inserts

2. All cutters are supplied without wrench & MOLY. TSW-307H 2.1

3. Please see page 18 for recommended tightening torque.
4. Please see page 31 for recommended Cutting conditions.
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05 5247 05 type

Q M1 oo —

Insert

® : A—H—FES Standard stock items
E) 1. 17—Z10EAYTT.
Note)1. 10 inserts per cace.

of UH— FDEANIZDOLNT
MBEILITA VY —PROEDYDI—IHELYET,
Each grade shows different mark around the hole for tool
proof.

JC8050 JC8118

10
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EXSKS-07 24 7

BLMBEE Linew

07 547 07 type

QR7EAL4TI54R

Facemill type

G:Bo

EXSKS-07 type

¢ Db @V —J U FRfFE
Through coolant hole
¢d
a
o]
)
5 3

¢ d1
; b ' )
X EEHEID
5 sf3% (mm) Dimensions HIEA U H— k
X = inserts
& & i | A% 7By bRELE |
= Cat. No. Stock | No. of >
?» inserts| #Dc | Lf | ¢Db | #d | ¢d1 | a b y) Set bolt Weight
g{; EXSKS-6063R-07 [ ] 6 63 50 48 122.225| 17 104 | 5 20 M10 0.64
§*;; EXSKS-7080R-07 [} 7 80 70 65 |31.75 | 26 127 | 8 32 | M16X2.0X40% 1.43
PP— AEBARMERL b
gg EXSKS-5050R-07-22| @ 5 50 50 40 |22 16.5 | 104 | 6.3 20 M10 Heéjlgaﬁ*sﬁc)rew 0.38 WNMUO70620
2 S |[EXSKS-5052R-07-22 | + 5 52 | 50 | 40 |22 165 | 104 | 63 | 20 M10 s | 0.40 ZER-PM
a1 ( tandard)
8”? EXSKS-6063R-07-22| @ 6 63 50 48 |22 17 104 | 6.3 20 M10 0.64
@
2 EXSKS-7080R-07-27 | @ 7 80 55 65 |27 20 124 | 7 22 |M12X1.75X35% 1.23
@ : A—H—TEEM Standard stockitems ¢ : JESMIRY F & (WHEI108~2:8REFEE)  Stock in Europe (14 days delivery upon ordering)
SE) 1 ARISA U — FMEEARATHY FE A
2. AKIZLUFBEEUVY T2 TR LS FEHEFMOLY)EERLTEY FEA (BIFE) .
3. KENEH A RIBED =, 7—/ Aty FRL FERBLTEYET. TOMITOEEL TR, 7—FEOHBEARIL bE HEACESL,
4. EXM-HFS(£235F4 A 198 & YEXSKS-0THICREZER L F T, (TR—EXSH) A Parts
SAREYHIRHFFIBR—TE TSRS, 55 TRt L > F Wrench
Note) 1. All cutters are supplied without inserts. C|amp screw (g“ﬁ not be included)
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. The model number of EXM-HF will be changed to E_XSKS—O? on April 19, 2023. (See below list.) I
5. Please see page 33 for recommended Cutting conditions. TSW-410H A-15T
v5v7hi HELILY (N-m)
MBEEEYRANKRTEALTISAR) Clamp screw Recommended torque
2R Before LFE# After TSW-410H 3.5

EXM-6063R-HF

EXSKS-6063R-07

EXM-7080R-HF

EXSKS-7080R-07

EXM-5050R-HF-22

EXSKS-5050R-07-22

EXM-5052R-HF-22

EXSKS-5052R-07-22

EXM-6063R-HF-22

EXSKS-6063R-07-22

EXM-7080R-HF-27

UL

EXSKS-7080R-07-27
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07 5247 07 type

Qr2Ha4FI34R
End Mill type O —5 hRITE

Through coolant hole

Fig.1 eTEE¢Dc=p320H4 Fig2 eTLEf&¢Dc= ¢35 400HE

@Ds

Q A&k Body

2

WNMUO070620ZER-PM| TSW-410H A-15
35 | 40 = 200 | 31 32 - 2
40 | 50 - 150 | 35 32 - 2
40 | 50 = 200 | 35 32 - 2

® : A—H—FEES Standard stock items

) LARLFISA Y — MEEARATHY FE A,
2. LYFHEEVI S TR UHEESHERHLHE (MOLY) BHREFISHBLIZLELRA BIF) o FERERHIEESL,
3. EXM-HFf41£2344 5198 & YEXSKS-07THICHELEEH L 9 (TRR—HERSR)
4 BEYHIEHEIBIR—UE TSRS,

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY. -
3. The model number of EXM-HF will be changed to EXSKS-07 on April 19, 2023. (See below list.) TSW-410H 3-5
4. Please see page 35 for recommended Cutting conditions.

EXM-2032-HF-70-S32 EXSKS-2032-07-70-S32
EXM-2032-HF-120-S32 EXSKS-2032-07-120-S32
EXM-3035-HF-40-S32 EXSKS-3035-07-40-S32
EXM-3035-HF-40L-S32 EXSKS-3035-07-40L-S32
EXM-4040-HF-50-S32 EXSKS-4040-07-50-S32
EXM-4040-HF-50L-S32 EXSKS-4040-07-50L-S32

UL

12
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EXSKS-07 24 7

BLMBEE Linew

EXSKS-07 type

07 547 07 type

QELa5—~vFaq47
Modular head type

QA kX Body

@/ —5 v hRFE

¢ Dc

Through coolant hole

el

i (mm) Dimensions ;e Parts
Wﬁ't;i;fs;:tjs'— . 95vFRLE | LYFWrench
& 7 | I Clamp screw (85 not be included)
Cat. No. Stock [N9-9fl spc | Le | Db | MD | C | W
B
& /)
MEX-2032-07-M16 | @ | 2 | 32 | 43 | 29 | m16| 12 | 22
MEX-3035-07-M16 | @ | 3 | 35 | 43 | 29 | M16| 12 | 22
WNMUO70620ZER-PM | TSW-410H A-15
MEX-4040-07-M16 | @ | 4 | 40 | 43 | 32 | M16| 14 | 26
MEX-4042-07-M16 | +* | 4 | 42 | 43 | 32 | m16| 14 | 26

b=

: A—H—FEEG Standard stock items

1 AKIZA oY — FEHERAATHY T A,

K ESRYBFER 108~ 28/HEE)

2. KKISLUFEELUVY 50 TR LEEHEHIER (MOLY) EHERLTHEYEEA (BIF) .
3. EXM-HF 2 (323454 A 198 & YEXSKS-0TRICHBZEH L £ T (TR—ERSH)
4. EDVaT—AY FEEROMT LI F18R—DE TSR EL,

5 AREYHIRMHFITR—UE TBBEEL,
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.

3. The model number of EXM-HF will be changed to EXSKS-07 on April 19, 2023. (See below list.)

4. Please see page 18 for recommended tightening torque.
5. Please see page 37 for recommended Cutting conditions.

BBEBRYAMNED2T—~VYREAT)

ZE AT Before

EE, After

MEX-2032-HF-M16

MEX-2032-07-M16

MEX-3035-HF-M16

MEX-3035-07-M16

MEX-4040-HF-M16

MEX-4040-07-M16

MEX-4042-HF-M16

N

MEX-4042-07-M16

Stock in Europe (14 days delivery upon ordering)

Ak oA #HERLY (N m)
Clamp screw Recommended torque
TSW-410H 3.5
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07 547 07 type
Q xtiA ¥ — b

Insert

I\ 1]

® : A—h—7ES Standard stock items
17 —Z10fAY TF, 10 inserts per case.

O H— FDEAIZDNT 4
HEZLISA L — FROEDYOI— I KEBYET, /|

Each grade shows different mark around the hole for tool proof.

14
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EXSKS-09 4 1 7 MA3CICRERTS

BLRMBEE Linew

09 5247 09 type
QR7E2AL4FTISAR

Facemill type OFig.1 V=3 bRDE @OFig2 77— +R%GL @Figd3 V=52 bRDE
Through coolant hole Without coolant hole Through coolant hole
lPDl; (p!l:)):
=2y ? |M10

o -

Lf

pal

@Dc

7—-RFAty bR PR
Set bolt built into the cutter body

Al 4
Q*ﬁs (T\?%’f )?ﬂ’fx) Inch Bore %ﬁuo LMMWJLgA%IJ

sFi& (mm) Dimensions
A S H— b
3 < o (e £ Inserts
1 mE | EE | % e L ™ R ——
Cat. No. Stock | No. of et bol i

; Noof| #Dc| Li | ¢Do | od | @d1 | a | b | 2 Weight /\
o
8 <

EXSKS-3050R | ® | 3 | 50 | 55 | 40 |22225| 96| 84 | 5 | 19 | MI0x15x25 04 | 3

EXSKS-4050R | ® | 4 | 50 | 55 | 40 (2225 | 96| 84 | 5 | 19 | Mi0x15x25* 04 | 3
_ |EXSKS4083R | ® | 4 | 63| 50 | 48 2225 | 17 | 84 5 | 20 M10 05 | 1
I8 AR ER
s |EXSKS-5063R | ® | 5 | 63| 50 | 48 |2225| 17 | 84 | 5 | 20 wo | FEER 05 | 1| wmuogo720
Sy Head cap screw ZER-PM
@7 EXSKS6080R| ® | 6 | 8 | 70 | 65 3175 | 26 | 127 | 8 | 32 M16 (USsiandarg) | 13 | 1
Sy WNMU090828
£ |EXSKS-7100R | ® | 7 | 100 | 70 | 70 3175 | 26 | 127 | 8 | 32 M16 20 | 1 ZER-PL

EXSKS-8125R | ® | 8 | 125 | 70 | 100 (381 | 32 |159 | 10 | 35 | M20x25xd5+ 39 | 1

734 27-1\R
EXSKS-9160R | ® | 9 | 160 | 63 | 100 508 |75 |19 | 11 | 43 M24 95u7knk | 42 | 2
Clamp bolt

@ : A—H—7FEE Standard stock items

SE) 1LARKISA VY — MEEARATHY FH A,
2. KKISLUVFEELVY 5V TR LHESHEHERMOLY)EHELTEY EEA (BIF) .
3 RELHIFMHEIIR—DETBRLZEL,
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY.
3. Please see page 39 for recommended Cutting conditions.

Q%B:ﬁ'q Parts 95vTRL L >F Wrench 93>7hL HEERLT (N-m)
Clamp screw (RII5E not be included) Clamp screw Recommended torque
& \X CSW-513H 55
CSW-513H A-20




// DIJET

09 5247 09 type

QR744F754%

Facemill type

oFig1 V=3V FRDZE

Q&K (REIYHAX)

Db

_9d
=2

Through coolant hole

Metric Bore

di
@Dc

Lf

oFig2 V—3 2 FR7EL
Without coolant hole

Db

od
a

—

oFig3 V—3 2V rFNDZE
Through coolant hole

M10

o L

@

=~
d1
@Dc

Lf

F—REAty bR AR

Set bolt built into the cutter body

sti& (mm) Dimensions
_ A 2 — b

2’ Ca’{%ﬁo. g—oﬁ ,\ﬁ&(;f o (ﬁgz l‘)yolt e (k; Fig. o
- HEAHS $Dc Lf ¢Db | ¢d éd1 a b £ Weight /@\
® S

EXSKS-3050R-22 | @ 3 50 55 40 | 22 9.6 | 104 6.3 19 M10x1.5x25* 0.4 3

EXSKS-4050R-22 | @ 4 50 55 40 22 9.6 | 104 6.3 19 M10x1.5x25% 0.3 3

EXSKS-4052R-22 | * 4 52 50 40 22 17 10.4 6.3 20 M10 0.4 1

EXSKS-4063R-22| @ 4 63 50 48 | 22 17 10.4 6.3 | 20 M10 0.5 1
52 EXSKS-5063R-22 | @ 5 63 50 48 22 17 10.4 6.3 20 M10 ﬁﬁg\gggiw 0.5 1 WAMUG90720
i 3 EXSKS-5063R27| @ | 5 63| 50 | 48 | 27 | 20 |124 | 7 | 22 | M12x1.75x30% H(if S;iij;{;w 05 | 1 ZER-PM
% ; EXSKS-5066R-27 | % 5 66 50 48 27 20 12.4 7 22 M12x1.75x30* 0.5 1 WNQAEUR()_%Ongg

EXSKS-6080R-27 | @ 6 80 55 65 27 37 124 7 22 M12x1.75%40* 0.9 1

EXSKS-7100R-32 | @ 7 100 70 85 | 32 26 14.4 8 32 M16x2x45% 1.9 1

EXSKS-8125R-40 | @ 8 125 70 100 40 32 16.4 9 35 M20x2.5x45% 3.9 1

774 R7—1H
EXSKS-9160R-40 | @ 9 160 55 100 | 40 85 16.4 9 35 M20 9 Z\:mj;:ﬂtzll; k| 3.9 2

@ : A—H—TFEE Standard stockitems Y BSVERYF B (FREA108 ~ 2 ARFERE)

) AKKIZA oY — FEEARATHY A,

2. KKIZLUFEEUVY T2 TR LESHEHEFMOLY)EHRLTEY A (BIFE) .

Stock in Europe (14 days delivery upon ordering)

3 KENFY A IEEDF=H. 7—/ ALy RV FERBLTEYET, ZOMITOEELTE, 77— KEDHERIL & THERAEEL,
4 BEYHIEHEIIR—CE TSRS,

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 39 for recommended Cutting conditions.

Q %K mm Parts

Ak oA
Clamp screw

L >F Wrench
(BII5E not be included)

&

A

CSW-513H

A-20

55> Thl HZERLS (N m)
Clamp screw Recommended torque
CSW-513H 55

16
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EXSKS-09 3 1 7 M3 CICRER T

BLRBEE Linew

09 547 09 type
QiAo —Fk

Insert

WNMUO090720ZER-PM

WNMUOQ90828ZER-PL

JC8050 , JC8118

JC8050 , JC8118 JC7560
PVDI—F 1 VY o+ imensi
BE - PVD coated sti% (mm) Dimensions
Cat. No. Tolerance|  ;cg050 | Jcg118 | JC7560 | IC | S | BS | RE
WNMU090720ZER-PM M ° ™ ® |14 |766 194 2
WNMUO090828ZER-PL M ° ° 13.91 | 866 | 1.37 | 2.8

® : A—H—FEES Standard stock items

) 1. 17 —R10BAYTT,
2.PLA vH— MERDERIE, PMA U8 — F EHELTAEZEA$100T0.06. $125TO.11, $160TO15/ME LY FET,
Note) 1. 10 inserts per cace.
2. When using PL inserts,tool dia.will be smaller the PM insert.In case dia. ¢ 100 holder,tool dia.is 0.06mm smaller.
in case dia. ¢ 125 holder,tool dia.is 0.11mm smaller.in case dia. ¢ 160 holder,tool dia.is 0.15mm smaller.

/wf H—bDHERIZDONT
MEZLISA VY —FROFEDLYDI—IDNELZYET,

Each grade shows different mark around the hole for tool proof.

WNMUO090720ZER-PM WNMUO090828ZER-PL

\

JC8050 JC8118 JC7560 JC8050 JC8118

/




ECaAS5—AYRFERLOIESE Attention

// DIJET

A EV 27—~y MY {F(FEFODEE Attention to mounting head and MSN/ MGN shank arbor.

mED 15—~y FEEO AT FIE Tightening procedure

@;i&47 Cleaning

EVAT—AYR, A—BEI Y T7—N [BE—#] (L
CERF—=ILY % 09 7—iN [FEEG-Bodyl] ) DfFEHETT7—
[CTERSEZSL,

A\ EBEENOTE
1. ARFE VY2 ba=LRAF, HLCEERRAT (DSA4 F) #0467
FRCESL UTMULIEESRECESY)

2 ZANF (&, BOFTARICD > Y ERESETARDH SN,
3EVAT-AYREF—VBEY v V97— [BE-#] (HLERF-I

Yy ) 7—N [FEGBody] ) DHELEESHT, BHNELNLZ
HR S,
Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench.
2. Please gently apply pressure on wrench.
3. Please confirm that there is no gap between MSN/MGN shank arbor and modular

Remove dirt and chips with air from the connecting thread and face of
modular head and MSN/MGN shank arbor.

@f{R#% Initial Tightening

FHOIZT, EV25—~Y FREEA—LBES Y VI T— RLYAX | Wil b | =ENE W(mm)
S THE—_ (4L <HAT— NS> 7S (8 N ——
G-Bodyl ) BHEA L= % FE TIRMH LT HEL, e N o,
Tighten by hand until the head and the shank arbor faces touch. M10 16N - m 14,15
@AHS + F x v 4 Final Tightening M12 20N * m 17,19
Mooy rao—)LZR8F+3 LLIFERX/F (DS44 F) 2T, M16 25N = m 22,26

BRELILIETY Y ERERESEARTO LTSRS, BRN

BWIEERRCLEEL,

Tighten slowly with torque control spanner wrench or DIJET DS type

spanner wrench and confirm that there is no gap.

GH) RiEHETICIHEICIEENH HIRETARRDT B &
RLE &L VUMY SREEENHY ET.
Attention : Final tightening without initial tightening cause

connecting thread damage.

L RARFEFED2T—AY FRKIZEABLTEY FHA. BIESROILEEL,
2. POV PA—LARTEEDERIE, ED15—Ay FOZEE (WHiE) &0
CTREQLT CHRBLLESL (BEV2T7—AY FTERR—-UBE) .
(RNAFIZESTREEHMEENBEELDHEENHYET.)
3. ZHEEW=83 L<[312 (XEIBR) DEC 15—~y FISDEELTIE, ERR/T
DS-8% L<IFDS- 122 CAELTHEYET.
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

TEE— (EXaT5—~y FEFA—IBES v 29 7—/\) EERDEE Selection of "MSN Carbide shank arbor"
NEBEO1IGBEDED 27—~y REFEATIEEE. ABLYImMmULEEROMOER—BZEE LTI,
YLK TOILAHRAAIZLY ., HE—BHLFETIEELHY £9,

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

¢Dc-pD1=1mm TEE
21) 75 R0.5mm EE

Clearance necessary
more than 0.5mm

TAE — O EE : oD

MSN carbide shank
neck diameter

YLK TERET DD, V—F 2 b,
I7J0—DERAEHRELET,
Coolant or air blow is recommended for
flushing the chips.

EDIT—AYFDHARE :¢Dc
Modular head tool diameter

A B E(XDRILE DY+ 1FED FE Caution for the mounting to shrink fit arbor.

F—VBES v I T7—N [MBE—H] EED257—~Ay FEREEHRLITERTIREF, EVa5—~AY FZEETLT,
[FEE—#] OHEBREEH L TEMYFIFTL LIV, Ay FOBRYAFIFIE, BEEHRITT>TLEEL,

When you use a carbide shank and a modular head on the shrink fit holder,please shring fit the only carbide shank without
mounting a modular head. Please mouunt a modular head after shrinking fit operation.

) ANy REMFIFEEERZEDETSE AYFOS VY —EDRRFTHICKLKLEDZIENHY FET,
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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EXSKSY ) —X

Q FEE—B (2v15—~y FRA—LBES ¥ 25 7—1%)

MSN Carbide shank arbor

BILY RFI )L ¥ Y B4 7 Endmil shank type

e — 7 > h T E Through coolanthole @ TR BEZE N L For high productivity

D2 Y—F Y bRE

Coolant hole dia.

mR b L— k7—/\% A 7 Straight arbor type

7 — 5 2 RJUTFE Through coolanthole @ EBEZR AL For high productivity

EXSKS SERIES

I'“-__

¢D2: ¥—F Y FARE  Coolant hole dia

MD

——— é
ME EE sti% (mm) Dimensions 22y Fig WE £ stik (mm) Dimensions E2kg)
Cat. No Stock| pDs| 21| L |#D1|6n° | MD | # D2|Weight] = =" Cat. No. Stock|  ¢Ds L MD ¢D2 | Weight
MSN-M10-20-S20C @® | 20| 20| 80195 - 029] 1 MSN-M10-130S-S18C| @ 130 0.42
MSN-M10-40-S20C @® | 20 | 40| 100(19.5| - 0.39] 1 MSN-M10-190S-S18C| @ 18 190 M10 4 0.62
MSN-M10-40T-S20C | @ | 20 | 40| 100(18.5|0°43 039 2 MSN-M10-240S-S18C| @ 240 0.89
MSN-M10-70-S20C @ | 20| 70|130|19.5| - 050 1 MSN-M10-130S-S20C| @ 130 0.53
MSN-M10-85T-S25C | @ | 25 | 85| 161|185 2° 0.90| 2 MSN-M10-190S-S20C| @ 20 190 M10 4 0.78
MSN-M10-90-S20C ® | 20| 90| 150(19.5| - |M10| 4 |0.60| 1 MSN-M10-250S-S20C| @ 250 1.02
MSN-M10-90T-S20C | @ | 20 | 90| 150(18.5|0°19 058| 2 MSN-M12-185S-S23C| @ 185 0.98
MSN-M10-140-S20C | @ | 20 | 140| 200|19.5| - 0.80| 1 MSN-M12-265S-S23C| @ 2 265 M12 6 1.42
MSN-M10-140T-S20C| @ | 20 | 140 200|18.5 [0°12 077 2 MSN-M12-185S-S24C| @ o4 185 . 6 1.07
MSN-M10-160-S20C | @ | 20 | 160 | 220 {19.5| - 0.87| 1 MSN-M12-265S-S24C| @ 265 1.54
MSN-M10-210-S20C | @ | 20 | 210| 270|19.5| - 1,07 1 MSN-M12-145S-S25C| @ 145 0.91
MSN-M12-25-S25C @ | 25| 25| 90|24 - 053] 1 MSN-M12-215S8-S25C| @ 25 215 M12 6 1.36
MSN-M12-55-S25C @® | 25| 55|120(24 - 072 1 MSN-M12-285S-S25C| @ 285 1.80
MSN-M12-100T-S32C| @ | 32 | 100| 180(23.5| 2° 161 2 MSN-M16-160S-S28C| @ 160 1.22
MSN-M12-105-S25C | @ | 25 | 105| 170 |24 - |[M12] 6 |[1.03]| 1 MSN-M16-230S-S28C| @ 28 230 M16 8 1.77
MSN-M12-135-S25C | @ | 25 | 135| 215 |24 - 1.30| 1 MSN-M16-310S-S28C| @ 310 2.41
MSN-M12-155-S25C | @ | 25 | 155| 220 |24 - 134 1 MSN-M16-157S-S32C| @ 157 1.61
MSN-M12-200-S25C | @ | 25 | 200 | 265 |24 - 158 1 MSN-M16-217S-S32C| @ -~ 217 W16 8 2.22
MSN-M16-25-S32C @® | 32| 25| 90|29 - 085 1 MSN-M16-287S-S32C| @ 287 2.94
MSN-M16-55-S32C @® | 32| 55|120|29 - 113 1 MSN-M16-357S-S32C| @ 357 3.66
MSN-M16-77-S32C @ | 32| 77|157|29 - 147 1 @  A—H—FEEF Standard stock items
MSN-M16-97-S32C ) 32 97| 177 |29 _ 164| 1 ) EVaT—AY FOMEMBH T ML F1BR—DF TSRS,
Note) Please see page 18 for recommended tightening torque.
MSN-M16-105-S32C | @ | 32 | 105| 170 |29 - 159 1
MSN-M16-117T-S32C | @ | 32 | 117|197 |29 |0°38’ 188 2 BE— GBIES %5 —BE 7 —/$ [BTHSKS 25 54 F] )
MSN-M16-127-S32C | @ | 32 | 127| 207 |29 - 1.89| 1 FoHoms
Please scan the following QR code for the other arbor
MSN-M16-127T-S32C| @ | 32 | 127|207 |29 [0°30" |M16| 8 |223| 2 (MSA type integrated carbide shank)
MSN-M16-155-S32C | @ | 32 | 155| 220 |29 - 204| 1
MSN-M16-177-S32C | @ | 32 | 177 | 257 |29 — 232 1
MSN-M16-177T-S32C| @ | 32 | 177|257 (29 |0°2% 278| 2
MSN-M16-195-S32C | @ | 32 | 195| 260 |29 - 240| 1
MSN-M16-197T-S32C| @ | 32 | 197|277 |29 |0°2% 3.00| 2
MSN-M16-225-S32C | @ | 32 | 225| 290 |29 — 257 1
MSN-M16-245-S32C | @ | 32 | 245| 310|29 - 274 1
MSN-M16-295-S32C | @ | 32 | 295 360 |29 - 317 1

@ : A —H—FEEF Standard stock items
E) EVaAT—AY FOHERHMLT MLYB1BR—CE TSRS,
Note) Please see page 18 for recommended tightening torque.



// DIJET

Q ABE G-Body (£525—~y FERF—ILY ¥ 25 7—1%)
MGN G-Body steel shank arbor
oS RIEM DM AEIZENSG-Body e a—+44A
oEH LEINELVIIIAOFRMIEFOLIY <A AT L DB RICIE.
AR T =T VRIZHEBNFEEG-Body (RF—ILI v y) EHRNV=LET,
eAdopted ultra-rigid and improved body durability "G-Body".

eShort type
e Cost-effective and high strength steel shank arbor.

BILY RFI )L ¥ Y B4 T Endmil shank type

e — 5 2 FJUFE Through coolant hole

G'B@dy M% Coolant hole dia.
e
| K
14 |
L

BE #£r| T& (mm) Dimensions |gg (kg)
Cat. No. Stock| ¢Ds| £1| L |#D1|MD |éD2| Weight
MGN-M10-30-S20 @® | 20| 30100 19 |M10| 4 0.21
MGN-M12-35-S25 @ | 25| 35|105| 24 |M12| 4 0.36
MGN-M12-85-S25 @ | 25| 85|165| 24 |M12| 4 0.57
MGN-M16-37-S32 @® | 32| 37 /10729 (M16| 6 0.56
MGN-M16-77-S32 ® | 32| 77 157|129 (M16| 6 0.83

@ : A—H—FEES Standard stock items
) 1. EVa5—Ay FETREG-BodyfA A HEEOYIEIEHIE. 31~32-— U058 4 F) | 37-38R—U (074 1 F)DIBEYEIEHRE
ZOFEFBEACLEEL,
2. ETaT—Ay ROBERMIT T ML IF18R—S & BRI S,

Note) 1. In case of using modular head combined with MGN steel shank arbor, apply the recommended cutting conditions sheet (see page 31~32 05 type/ page 37~38 07 type).
2. Please see page 18 for recommended tightening torque.
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EXSKS>1)—X EXSKS SERIES

7]'] IEWJ Cutting data

05 5247 05 type

1.5 =D M ITZFEH 1.Machining on Carbon steel

AT A H work

2R Part name

T A ME—X Test piece

HHEI Vaterial

%% 4M(1018) Carbon steel

FEE Hardness

I & Tool

#2& Tool No.

MEX-3025-05-M12

A ot — M Insert No.

WNMU050320ZER-PM(JC8118)

ESG3

Cutting conditions

Ry FIITHEEERLETMIMNATRE,

Possible to process with normal wear

opizE | "

2000 (min™)

Cutting speed Ve

157 (m/min)

A%

5,600 (mm/min)

£ Y EE

Feed speed fs 0.93 (mm/t)
ap 0.762 (mm)
ae 15.24 (mm)

4 —3 > k Coolant

5188 T 7 — Air(external)

even in pocket milling. {3 A Machine L MC Vertical MC
5099
2ATYLRMOMIZER 2.Machining on Stainless steel
L EH LK E overhung length : 152.4mm
A& Part name B & Parts
T Work WHEIH Material |27~ L A8 (SUSB30) Stainless steel
T8 & Hardness —
F22& Tool No. MEX-3025-05-M12
I B Tool
A Ut — M InsertNo.| WNMUO50320ZER-PM(JC8118)
R n 1,719 (min™)
Cluiilig) e || g 137 (m/min)
Y Vi 6,985 (mm/min)
£ Feedspeed | ¢ 1.35 (mmit)
+ Cutting conditions
o 0762 (mm)
ATVLABOMIICENTHE0S MIARETREH a 127 o

LHL/D=b6TRULMNRAL—XIZMITEL,
Stainless steel can be machined in 60 minutes.
Even the overhung length (L/D=6), it can be machined smoothly.

9 —3 > b Coolant

SVEBT 7 — Air(external)

{3 AR Vachine

I FMC Vertical MC

5102



07 547 07 type

1. E#E EDOFEMRIMI 1. Roughing slope surface

42TmMIEbGAIRE TREFR, FAED Y2 EHHERL
A oY —ba—FH1I5E@EI—F>EE6—F)
IT&Y. TEEER,

After 427m, still able to continue. Compared with Competitor F,
tool cost can be reduced, due to increase number of insert
corner (from 4 to 6 corners) .

2. {8 Y ;AHFENMI 2. Helical interpolation (roughing)

ZEH LK & Overhung length @ 150mm

1.50 MM I & LEXME X IEEER (#EEMIA) ,
FHEDZEY2ETELVURYLEMITE,

After 1.5 hours, EXM showed normal wear (still able to continue).
No chatter even in case of twice the feed speed (Vf) of
competitor F.

3. B Y 3AH TR 3. Helical interpolation (roughing)

SEFEIMI# L EXMEIXIEREERE (M&mIeE) .
A S285R/1a—FDEC A,
EXMA &5/ 1 a—F & Fam2.56%,

After 5 hours, EXM showed normal wear (still able to continue).
Achieved 2.5 times longer tool life per corner compared with
competitor A.

(Machining time(EXM): 5 hour per corner)

// DIJET

£ %5 Part name KEEEAER Large welding jig
WA HE work HWHIF Material SS400 Steel for structure
ﬁé Hardness -
F2E Tool No. EXSKS-5050R-07-22
TE Tool
4 V% — FgE InsertNo.| WNMUO070620ZER-PM (JC8050)
. n in”
Ul_ﬁlbiﬁ 800 (min™)
i P2 Ve 125 (m/min)
S Vf i
HYEE 6,000 (mm/min)
eSS Feedspeed ), 1.5 (mm#)
Cutting conditions
ap 1.5 (mm)
ae 35 (mm)

9 —3 > b Coolant

S} ER%AH External

{5 F#%H Machine I f2MC Vertical MC
4137
£ Part name BEEHATLAEE Press die for automoble
WA THE work EI# Material T E4#f Die steel
TE X Hardness 30HRC
2% Tool No. EXSKS-5050R-07-22
I & Tool
A 28— R Insert No| WNMUO70602ZER-PM (JC8118)
. n in”
I 850 (min™)
CuiigsrEEE | g 133 (m/min)
canns Vi i
HUEE 2,400 (mm/min)
£ Feedspeed | 056 (mmft)
Cutting conditions
ap 1.0 (mm)
ae 72 (mm)

2 —3 > b Coolant

M8 7 — Air (External)

fEF Machine F9fMC Double-column MC
4392
£ %5 Part name F4HR +&E Die casting mold
AT A Work | #REI# Material | 7Y \— K V48 (P20) Mold steel (1.2311)
FE & Hardness 30HRC
2 Tool No. EXSKS-5050R-07-22
T8 Tool
A 2t — b HF Insert No| WNMUO70602ZER-PM (JC8118)
g n in!
MR 850 (min™)
Cutting speed Ve 133 (m/min)
2 S % i
YR 4,000 (mm/min)
£ Feedspeed | f, 0.94 (mm/t)
Cutting conditions
ap 1.0 (mm)
ae 30 (mm)

9 —3 > k Coolant

5488 T 7 — Air (External)

15 FA#EHE Vachine

ILHMC Vertical MC

4342

22



EXSKS>1)—X EXSKS SERIES

7J|] IEW] Cutting data
| 09 454F 09type

D EEANBOEZXYMIEH DHigh feed machining of high hardened die steel

FREFTI L Surface roughing
AT A4 H Work

& ¥R Part name ~JL—F Plate
HHHEI# Material DAC-H
FE & Hardness 40HRC

TE Tool

F2% Tool No.

EXSKS-7100R

4 24— M Insert No.

WNMU090720ZER-PM (JC8118)

150x 3000 500mm

4 —T & gauge length : 170mm

@R Resut
BT TRITH LReR2.4EE R,

Achieved 2.4times better efficiency compare with
conventional tool _

ESG

Cutting conditions

our

n in
Gl 250 (min™)
Cutting speed | y/¢ 80 (m/min)

" Vi 1,400 (mm/min)
*EYEE
Feed speed fz 0.8 (mmijt)

ap 0.7 (mm)

e 70 (mm)

9 —3 > b Coolant

548 T 7 — Air(external)

{3 AR Vachine

FIRMC (BT504L4%) 22kW

Double colmun type MC (BT50) 22KW

@FUN—FUHOEBEZXY MITEH

F 4K T Roughing of shape

@ High feed milling of mold steel

3552

& ¥R Part name

S 2 TE ANTF Lamp mold(Nest)

HWINTAE work | BREIH Material NAKS0
FE & Hardness —
23 Tool No. EXSKS-6080R
I & Tool
A U — FH4% Insert No.| WNMUO90828ZER-PL (JC8118)
IR n 600 (min™)
Cutiig =) ||y 150 (m/min)
v )
22 LK & Overhung length : 180mm 3£ U SERE ! o (mm/min)
- Feed speed fz 1.0 (mm/it)
#
58 Result Cutting conditions ap 1 (mm)
At 15D T REdhER, YIHISER. YEERER, ae 56 (mm)

DYLTOH—LAEBREG VA, FiROBEER,

9 —5 2 b Coolant

TI778— (REB) Air(internal)

1.5times longer tool life compare with competitor A. Both cutting

- )
_noise and cutting force are reduced. fEFAMEM Machine H*i;%l(\)/ln(t:al (I\ABJ?BOT>50)
4747
@ F3RAFyv /I EBAMOEZEYMIEHN O High feed milling of plastic mold
R 4R B AT Roughing of shape e — SesrEnEaE
Automotive exterior parts molds
NI work | HHIH Material S55C
FE & Hardness _
F2Z Tool No. EXSKS-5063R
TR0l RB e o | WNMUOY0B28ZER-PL. (JCBO50)
I n 580 (min™)
Cutting speed Ve 15 (m/min)
22 L& & Overhung length : 200mm v )
EymE f 4,640 (mm/min)
Feed speed fz 16  (mm/it)
£ 8 Result e
F*iﬁﬁ4:|—j-,{ H—FrAwvA 6*5(}]':%1 Lg*if,*&;g Cutting conditions ap 1.2 (mm)
Ay RICTRFREREZEN. a—FTHELHY X MEE, ae 44 (mm)

Achieved same efficiency against competitor F even the number of

9 —3 > b Coolant

JKiEMESMER Water(external)

teeth is 5 (1 pcs less). Tool cost is deducted by increasing cutting

edges.

{5 FAHEME Machine

S EMC(BT50)
Vertical MC (BT50)

23

3603



// DIJET

05 447 05 type

il =)

LERREDa—FBRES %054 1 THEAK

Definition of corner shape for programming(in case of using 05 type)

TAOTJ7AILINITEOEEIEIF Attention for profile milling

Corner R for Proramming

JRIZAITIR mumis RLRAHE
programming Over cut Remains
R2.0 0.59 0
R2.5(&A standard) 0.5 0
R3.0 0.41 0.13
(mm)

7093 LEREBEOI—F—R

S Y E Y MI Ramping

L

A1) 7JLAIT Helical interpolation

¢ Dh

-

¢ Dc

Tool dia.

el

vy

@I VEVY. N AIMIFFEY REZFZEDHIZHERD7T0%LUTFTMI LTS,
In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

OFYYUIMIEE, BAMZEY EREZZETHIFHERDS0%UTTMILTL S,
In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.

OFRYYUIMIKICE, ERLEZRVIY S TARVBDEZEAAHYETDOT, REICE+FEFEL TS,

Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

oY — L/INZDEH A% Calculation of tool pass dia.

ddc

Y—JLISRE
Tool pass dia.

= ¢Dh — ¢Dc
NE IE%
Bore dia. Tool dia.

o— ALY DYLAHREARRYAHREApE
BAEWESITLTLLESL,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

oV — JLISADEEARIEFTIVAY MIED KD
REFFTEIYICLTL &L,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

AYAIMITEEEZFDH=HITIE. HHAIMIC

EREhtz INZ2RY )] Z2FBRMI/NAXTRY KL
BEAHYET .

To obtain a flat bottom surface when helical milling,

it requires to remove “the uncut part” in the center of the work
material at a final pass.

S Y E VS MI Ramping AYHIVRBIFMI Helical interpolation o
E@EMT A YA = I - - i
BE Tag | TEES | RIOUH mxws | mxuasms @ | BUR | FE | LR |py)ioms
Cat. No. sz°' d')ﬂ- Eff Cutting dia. | Mux deptn | RO () IMIBOYHIES (L (mm) | BARE BIRE | BRRE | 7 (mm)
mm : ) y Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | Max. drilling depth
(mm) et angle ©° o c:a;;?aing : Dh min (mm) [Dh min (mm) | Dh max (mm) KRS Gl
EXSKS-*020/MEX-*020 20 10 1.5 2.8 31 28 31 36 0.4
EXSKS-*021/MEX-*021 21 11 1.5 2.6 34 30 33 38 0.4
EXSKS-*025/MEX-*025 25 15 1.5 1.8 48 38 41 46 04
EXSKS-*026/MEX-*026 26 16 1.5 1.7 51 40 43 48 04
EXSKS-*028/MEX-*028 28 18 1.5 1.5 58 44 47 52 04
MEX-*030 30 20 1.5 1.3 67 48 51 56 0.4
EXSKS-*032/MEX-*032 32 22 1.5 1.2 72 52 55 60 0.4
MEX-*033 & 23 1.5 1.1 79 54 57 62 0.4
MEX-*035 35 25 1.5 1 86 58 61 66 0.4
EXSKS-*040/MEX-*040 40 30 1.5 0.8 108 68 al 76 0.4
EXSKS-*050 50 40 1.5 0.6 144 88 91 96 0.4
EXSKS-*052 52 42 1.5 0.6 144 92 95 100 0.4
EXSKS-*063 63 53 1.5 0.5 172 114 117 122 0.4
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EXSKS>1)—X EXSKS SERIES

07 247 07 type
S04 5 LMEBEEDA—FHIRESE %0741 TERE

Definition of corner shape for programming(in case of using 07 type)

Rlzg
OVER cur

o | MUBRLE BLoasE
programming Remains Over cut
R3.0 (EA standard) 0.8 0
R3.5 0.73 0.06
R4.0 0.66 0.21
(mm)

oY — )L/INZADEH % Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc
V—ILIRR R INE IE#
Tool pass dia. Bore dia. Tool dia.
o— ALY DYLAARESAFZAUIAAREArE
BZEVESITLTLIEZEL,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

oV — JLIRADEEAMIFFT VA Y MIiEDES
RESETEIY [CLTLIZEL,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

oANJNIMITEEEFS=OITIE. HWHIMIZ

TO77A4IIVINTEOEESEIE Attention for profile milling

S5 Y E VS MI Ramping A1) AJLANI Helical interpolation

@ Dh
L 7 —
aav

—E T
¢Dc

%
Tool dia

O
ap
I

BENHYFETS,

To obtain a flat bottom surface when helical milling,

©,

material at a final pass.

OFUEVY. N)AIMIEEFEY REZFZEDHIZHERDT0%LUTFTTMI LTS,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
OFYYIMIKE, BAMEY EEEFEDHIRERDE0%UTTMIL T ZELN,

In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.
OFRYYUITMIKICE, EELERWVIY S IHRVRDFEENHYEITOT, REICEFPEEL TS,

Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

MREhtz InE5’RY | EREMI/NZTERY KL

it requires to remove “the uncut part” in the center of the work

25

S Y E S MI Ramping AYBIRBIFMI Helical interpolation e
IE@EmMNT X i - = . g g =,
- Taz | TEES | RN mxem | mxmasms @ | LR | FE [ AR |kyuioms
Cat. No. TC(’O' d')a Eff. Cutting dia. | Max. depth AED (F) | MIBOYHIES L (mm) | RIARE | RIRE | EARE Z (mm)
mm : ) ; Max. ramping Total cutting length at Min. bore dia. Max. bore dia. | Max. drilling depth
(mm) S/ {Gar) angle 6° o Clﬂﬂﬁaing : Dh min (mm) | Dh min (mm)| Dh max (mm) Sl
EXSKS-*032/MEX-*032 32 15 2 2.2 53 41 48 60 0.5
EXSKS-*035/MEX-*035 35 18 2 21 58] 47 54 66 0.5
EXSKS-*040/MEX-*040 40 23 2 2 58 57 64 76 0.5
MEX-*042 42 25 2 1.8 64 61 68 80 0.5
EXSKS-*050 50 33 2 1.5 77 77 84 96 0.5
EXSKS-*052 52 85} 2 1.2 96 81 88 100 0.5
EXSKS-*063 63 46 2 1 115 103 110 122 0.5
EXSKS-*080 80 63 2 0.8 144 137 144 156 0.5




// DIJET

09 447 09 type

70455 LEBEDaI—FHIKRESE x004 1 FEmEE

Definition of corner shape for programming(in case of using 09 type)

A
Rcur

A o8 — & w 7B954L3—%R HIVERLE | BLAHE
Insert Corner radius for programming Remains Over cut
R3.0 1.41 0
WNMUO090720ZER-PM| 8.2 R3.5 1.30 0
R4.0 1.19 0.025
A oY— & W JB954L3—%R HIVZELE | BLAAKE
Insert Corner radius for programming Remains Over cut
R3.0 1.18 0
WNMUO090828ZER-PL | 8.4 R3.5 1.06 0
R4.0 0.95 0.010

TO77AILINTEOTEIEIF Attention for profile milling

A1) A JLINI Helical interpolation

S5 Y E I II Ramping

¢ Dh

oY —L/INZADE A% Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc
YV—ILINR R INE TE#&E
Tool pass dia. Bore dia. Tool dia.
o— LY DUNAHRENZAYAAREApE
BATWNESIICLTLIEEL,
Depth of cut per one circuit should not exceed
max. depth of cut ap.

o —JLINADEEEARAIEHEIVhY MIHEDES
REFFTEIYICLTLZELY,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

ANYANIMITEEERSHIZIZ. HWEIMIC
MR Ehtz InEH’RY ] ZREMI/NZITRY KL
BENHYES,

To obtain a flat bottom surface when helical milling,
it requires to remove “the uncut part” in the center of the
work material at a final pass.

QO3 VEVY ., AYAIMIEILEY EEZEEYEIEBRNT0%LUT THMI L TL &L, In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
ORYYVTMIBIE, BAREY EEFZEDNEIFERD50%UTTMILTL &L, In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.
ORYYVTMIKICIE, EELEEVIYCTARVEIBANRHYEFTOT, RLICE+5EE L T E XL, Long consecutive chips may come out in case of drilling ,confirm the safe condition suffciently.

WNMUQ090720ZER-PM

S5 Y EY ST Ramping A ANRBIFTNI Helical interpolation =
. Tag | EENS | BRI T sxms BAUBAES G | BUR | TE | BLR |00 oyas:
Cat. No. Tooldia: | e Ctng dia | M deptn | IO (B | MIBOYMIRE L (mm) | BIAE | BAARE | BARE | 7 (mm)
(mm) ) & () Max. ramping Total cutting length at Min. bore dia. : Max. bore dia. | Max. driling depth
angle ©° Max. ap Dh min (mm) [Dh min (mm)| Dh max (mm)
EXSKS-*050 50 33 3 25 69 73 81 96 11
EXSKS-*052 52 85) 3 24 72 7 85 100 1.2
EXSKS-*063 63 46 3 1.8 96 99 107 122 1.2
EXSKS-*066 66 49 3 1.7 102 105 113 128 1.2
EXSKS-*080 80 63 3 1.3 133 133 141 156 1.3
EXSKS-*100 100 83 3 1 172 173 181 196 1.3
EXSKS-*125 125 108 3 0.9 191 223 231 246 1.3
EXSKS-*160 160 143 8] 0.7 246 293 301 316 1.7
WNMU090828ZER-PL
Z 2 E>J I Rampin A HIVRSBIFMI Helical interpolation .
WE Tag | TRES | BRI mxus BxmasRs @ | BLA | FE | BLR |1ooyae
Cat. No. oolidiai e Cuting dia. | Max. d'epth AE6 (fg) 1]DIE#0)‘~'J]|51|IE$ ;L (mm _353_1’1‘7"\?5_ RANARE 3’27(7"\& Z (mm)
(mm) () @ (o) M::éllr:mglng Total ctlclt;r;g zl;zngth at \Ig:}r:)igrfrr?r:?th . (mm)Dﬁxrﬁgir?rr?rf' Max. drilling depth
EXSKS-*050 50 33 2 2.3 50 74 82 96 1
EXSKS-*052 52 35 2 22 53 78 86 100 1
EXSKS-*063 63 46 2 1.8 64 100 108 122 1.2
EXSKS-*066 66 49 2 1.7 68 106 114 128 1.2
EXSKS-*080 80 63 2 1.3 89 134 142 156 1.3
EXSKS-*100 99.94 83 2 1 115 174 182 195 1.3
EXSKS-*125 124.89 108 2 0.9 128 224 232 245 1.4
EXSKS-*160 159.85 142 2 0.7 164 294 302 315 1.6
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EXSKS-05 3 1 7 MSCICRiRT

*}%ﬁt’] ﬁ“%‘ﬁ: Recommended cutting conditions

QR7 24T 754 REXSKS-05% Facemill type (EXSKS-05 type)

1/2
IER (mm) Tooldia.
i3
WHIH 1 o — b 40 50/52
Work materials #11& FHH No. of teeth 5N FH No. of teeth 7N
Insert No.
ap ae n Vi ) ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~150 1 ~28 1,270 7,620 | ~150 1 ~38 | 1,020 8,570
%34l (S50C, S55C) 200 0.8 ~28 1,270 6,990 200 0.8 ~38 1,020 7,850
RS 250HBLLF 4C6050 250 0.6 ~28 1,110 5,550 250 0.6 ~38 890 6,230
Carbon steel (C50,C55) (JC8118)
Below 250HB 300 - - - - 300 0.5 ~38 830 | 4,650
350 - - - - 350 - - - -
~150 1 ~28 1,190 7,140 | ~150 1 ~38 950 7,980
TH (SKD61, SKD11) Lca050 200 0.8 ~28 1,190 6,550 200 0.8 ~38 950 7,320
1 X 255HBLLT - ~
oo eoRBET e 250 0.6 28 1,030 5,150 250 0.6 38 830 5,810
Below 255HB 300 - - - - 300 0.5 ~38 760 | 4,260
350 - - - - 350 - - - -
~150 1 ~28 1,190 7,140 | ~150 1 ~38 950 7,980
FYn— K8 (HPM7, PX5, P20) 200 0.8 ~28 1,190 6,550 200 0.8 ~38 950 7,320
B £30~36HRC SCie 250 06 | ~28 1,030 | 5150 250 0.6 ~38 830 | 5810
Mold steel (1.2311, P20) (JC8050)
30~36HRC 300 - - - - 300 0.5 ~38 760 | 4,260
350 - - - - 350 - - - -
~150 0.8 ~28 880 | 4,400 | ~150 0.8 ~38 700 | 4,900
Fyn— RS8R (NAKSO, HPM1, P21) Lcaiis 200 0.6 ~28 880 3,520 200 0.6 ~38 700 3,920
18 &38~43HRC = .~
oo R 250 0.5 28 720 2,880 250 0.5 38 570 3,190
38~43HRC 300 - - - - 300 0.4 ~38 510 2,860
350 - - - - 350 - - - -
_— ~150 0.7 ~28 720 2,880 | ~150 0.7 ~38 570 3,190
e Nt iy 200 | 06 | ~28 720 | 2880 | 200 | 06 | ~38 | 570 | 3190
Hardoned die stes! Jca118 250 0.5 ~28 560 1,680 250 0.5 ~38 450 1,890
(1.2344, 1.2379) 300 R - - - 300 R R R -
42~52HRC
350 - - - - 350 - - - -
~150 1 ~28 1,430 | 10,010 | ~150 1 ~38 | 1,150 | 11,270
Y (FC250) 200 0.8 ~28 1,430 8,580 200 0.8 ~38 | 1,150 9,660
B8 & 160~260HB RIS 250 | 06 | ~28 | 1270 | 6350 250 | 06 ~38 | 1,020 | 7,140
Cast iron (GG25) (JC8050)
160~260HB 300 - - - - 300 0.5 ~38 890 6,230
350 - - - - 350 - - - -
~150 1 ~28 1,270 7,620 | ~150 1 ~38 | 1,020 8,570
S48 4 L% (FCD700) cs11s 200 0.8 ~28 1,270 6,990 200 0.8 ~38 | 1,020 7,850
1 & 170~300HB ~ ~
Mo TO=S000S oD 250 0.6 28 1,110 5,550 250 0.6 38 890 6,230
170~300HB 300 - - - - 300 0.5 ~38 760 | 4,790
350 - - - - 350 - - - -
e e ~150 0.8 ~28 1,030 5150 | ~150 0.8 ~38 830 5,810
— AT RAT
(SUS304, 315, 317) 200 0.6 ~28 1,030 | 4,640 200 0.6 ~38 830 5,230
17Cr% JC8050 250 0.5 ~28 880 3,520 250 0.5 ~38 700 3,920
Stainless steel Austenitic 300 - - - - 300 0.4 ~38 640 3,580
(AISI 304, 316, 317) 350 - N - - 350 - - - -
~150 1 ~28 1,190 7,140 | ~150 1 ~38 950 7,980
TNTUHA FRRATULRE 200 0.8 ~28 1,190 7,140 200 0.8 ~38 950 7,980
(S?USIMO&t 2002 ‘}3“?)”139% jg:;;g 250 06 | ~28 1,030 | 5,150 250 0.6 ~38 830 | 5810
ainless steel Ferritics artensitic
(AIS1 403, 42042, 430) ¢ ) 300 - - - - 300 0.5 ~38 0 0
350 - - - - 350 - - - -

£ :=H LEE Overhung length  ap: BIAEDYAHK RS Axial depth of cut  @e: HEHEDYIAHR S Radial depth of cut N : TEESEERE Spindle speed  Vi: % U EEE Feed speed

EALOIEEE Note:
L EROUHIGEHIE, BEBES XU —JBIEICIE C THECESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYLRELEBEE, AHFRSEZLRBBELIYLECLTES Y, HHIVREGEEREETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
FERACEEN, L 1ILYYDOEYBEEZILVTLIEEL, per tooth.
BEBBATROHBER. FTUAFRIEEZ(LTLESL, RIINBLVVIETHFTERAC LS, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
MIF7—7O—I2&YPY K FREVDEBET TS, HIT, IBMCTOF Y ETAMITRHYY T Feed speed
WEBITERCEEL, *4. Use air blow.
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// DIJET

QR7 B2 4T 754 REXSKS-05% Facemill type (EXSKS-05 type)

~150 1 ~46 810 6,800
200 0.8 ~46 810 6,240
250 0.6 ~46 710 4,970
300 0.5 ~46 660 3,700
350 0.4 ~46 610 3,420

~150 1 ~46 760 6,380
200 0.8 ~46 760 5,850
250 0.6 ~46 660 4,620
300 0.5 ~46 610 3,420
350 0.4 ~46 560 3,140

~150 1 ~46 760 6,380
200 0.8 ~46 760 5,850
250 0.6 ~46 660 4,620
300 0.5 ~46 610 3,420
350 0.4 ~46 560 3,140

~150 0.8 ~46 560 3,920
200 0.6 ~46 560 3,140
250 0.5 ~46 450 2,520
300 0.4 ~46 400 2,240
350 - - - -

~150 0.7 ~46 450 2,520
200 0.6 ~46 450 2,520
250 0.5 ~46 350 1,470
300 - - - -
350 - - - -

~150 1 ~46 910 8,920
200 0.8 ~46 910 7,640
250 0.6 ~46 810 5,670
300 0.5 ~46 710 4,970
350 0.5 ~46 660 4,160

~150 1 ~46 810 6,800
200 0.8 ~46 810 6,240
250 0.6 ~46 710 4,970
300 0.5 ~46 610 3,840
350 0.5 ~46 560 3,140

~150 0.8 ~46 660 4,620
200 0.6 ~46 660 4,160
250 0.5 ~46 560 3,140
300 0.4 ~46 510 2,860
350 0.4 ~46 450 2,520

~150 1 ~46 760 6,380
200 0.8 ~46 760 6,380
250 0.6 ~46 660 4,620
300 0.5 ~46 560 3,920
350 0.5 ~46 510 3,570

£ ;=M LEE Overhung length  ap: BIAMDYIAAFES Axial depth of cut  @e: #EHFDYIAARSE Radial depth of cut  n : TEEERERE Spindle speed  Vf: 3 Y HE Feed speed

FEREDIEEE Note:
L EROVEIENEE. BEAES U7 — RIS CTHRECESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNEELEBEE, YRAAFRSELRBBELYBECLTESL, HEHIVEEAGEREEZTIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
FACESL, EL, 1HLYDOEYBEEILVTIESN, per tooth.
BHEEBDATROBEE. ETURAARIEECLTLESL, RIINBLUVIETHFTHALCESL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
AI7—TA—CKYPY K FTHRELEEToTESL, BT, IBMCTOF Y EFAMITEHPY LT Feed speed.
MBITEERCES L, *4. Use air blow.
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EXSKS-05 4 1 7 MG eRRT

15',—5%1;7] ﬁ“%"q: Recommended cutting conditions

Qv Y84 T 754 RAEXSKS-05% End mill type (EXSKS-05 type)

1/2
IE#& (mm) Tool dia.
I A /*;f*i— ~ 20/21 25/26
Work materials Grades FIH No. of teeth 2N FH No. of teeth 3N
ap ae n Vf ap ae n Vf
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
ﬁ?gﬂé(g%&% ifzSC) JC8050 ~60 0.7 ~9 3,180 7,630 ~70 0.7 ~14 2,550 9,180
5 L
Carbon steel (050,55) Below250re | C8118) | 60~100 0.6 ~9 3,180 7,000 | 70~120 0.6 ~14 2,550 8,420
TH# (SKD61, SKD11) JC8050 ~60 0.7 ~9 2,860 6,860 ~70 0.7 ~14 2,290 8,240
B8 X255HBLL T 1C8118
Die steel (1.2344,1.2379) Below 255HB ( ) | 60~100 0.6 ~9 2,860 6,290 70~120 0.6 ~14 2,290 7,560
7Yn—E 8 (HPM7, PX5, P20)  JC8118 ~60 0.6 ~9 2,860 6,860 ~70 0.6 ~14 2,290 8,240
F8x30~36HRC (JC8050)
Mold steel (1.2311, P20) 30~36HRC 60~100 0.5 ~9 2,860 6,290 70~120 0.5 ~14 2,290 7,560
FUn—F8 (NAK8O, HPM1,P21)  JC8118 ~60 0.5 ~9 2,070 4,140 ~70 0.5 ~14 1,660 4,980
&38~43HRC 1C8050
Mold steel (1.2311, P21) 38~43HRC ( ) 60~100 0.4 ~9 2,070 3,310 70~120 0.4 ~14 1,660 3,980
AN (SKD61, DAC, DHA) ~60 0.5 ~9 1,590 2,540 ~70 0.5 ~14 1,270 3,050
T X42~52HRC JC8118
Hardened die steel (1.2344,1.2379) 42~52HRC 60~100 0.4 ~9 1,590 2,540 | 70~120 0.4 ~14 1,270 3,050
fay ##Es% (FC250) JCs118 ~60 0.8 ~9 3,180 8,900 ~70 0.8 ~14 2,550 | 10,710
1 £ 160~260HB (JC8050)
Castiron (GG25) 160~260HB 60~100 0.7 ~9 3,180 7,630 70~120 0.7 ~14 2,550 9,180
2984 )L E8% (FCD700) JC8118 ~60 0.8 ~9 2,860 6,860 ~70 0.8 ~14 2,290 8,240
FE & 170~300HB (JC8050)
Nodular castiron (GGG70) 170~300HB 60~100 0.7 ~9 2,860 6,290 70~120 0.7 ~14 2,290 7,560
FT—RTFH4 FRATU LR ~60 0.6 ~9 2,390 4,780 ~70 0.6 ~14 1,910 5,730
(SUS304, 316, 317) 17Cr%k JC8050
Stainless steel Austenitic (AISI 304, 316, 317) 60~100 0.5 ) 2,390 4,300 70~120 0.5 ~14 1,910 5,160
TIVT YA FRAT VLA JC8118 ~60 0.7 ~9 2,710 6,500 ~70 0.7 ~14 2,160 7,780
(SUS403, 420J2, 430) 13Cr&k (JC8050)
Stainless steel Ferritics / Martensitic ~ (AISI 403, 420J2, 430) 60~100 0.6 ~9 2,71 0 6,500 70~120 0.6 ~14 2,160 7,780

£ ;= LEE Overhung length  a@p: BIAADYIAARE S Axial depth of cut  @e: H#EHADYIAARE Radial depth of cut N : TEEERERE Spindle speed  VF: 3% Y HE Feed speed

HEALOFESEE Note:
LEROUEIEHE, BEAIES ST —JRIEICE CTHBCLESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUVYNEELEGEE, YAARSELRBIELYLECLTLESYL, HEIVEEEREEZTFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
ERACHESL, L, 1IAYYDEYRBRFEZILVNTIEEL, per tooth
BEHEANATEDEEF, FTURAAFIEECLTLES L, RIINBLVViEzTFTHFTHEACES L, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
MI7—ITA—ZLKYPY K TREDEBET>TLESD, HIT, IBMCTOF v ET A MITRHYY T Feed speed
MBITERCEZEL, *4. Use air blow.

29



~90 1,990 9,550
90~140 0.6 ~20 1,990 8,760
~90 0.7 ~20 1,790 8,590
90~140 0.6 ~20 1,790 7,880
~90 0.6 ~20 1,790 8,590
90~140 0.5 ~20 1,790 7,880
~90 0.5 ~20 1,290 5,160
90~140 0.4 ~20 1,290 4,130
~90 0.5 ~20 990 3,170
90~140 0.4 ~20 990 3,170
~90 0.8 ~20 1,990 11,140
90~140 0.7 ~20 1,990 9,550
~90 0.8 ~20 1,790 8,590
90~140 0.7 ~20 1,790 7,880
~90 0.6 ~20 1,490 5,960
90~140 0.5 ~20 1,490 5,360
~90 0.7 ~20 1,690 8,110
90~140 0.6 ~20 1,690 8,110

£ %W LEE Overhung length  a@p: BiARDEIAHK R E Axial depth of cut Qe

EREOEEEER
L EROVBIEEE, BERAES S UT—JRMEICE CTRBC LT,

RUVTYHNRELIBEE, PRAARSELERESYHELTIESL, HIVEEEEEZTIFT

RS, L, TALYDRYBRIEIGNTIESL,

BEBBHHTEOBEF. FTURAAFRTEELTCESL, RIINBLUVVIETHFTERACEEL,
4IT7—TO—CEYPY K FREMBET>TLES L, HIS, IBMCTOF Y ET A MITEYY T

WEBITERCESL,

FBEAROYHAHRS Radial depth of cut N : TEEISREE Spindle speed  Vf: % Y 5EE 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 Spindle speed and keep feed
per tooth.

*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.
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DECRER @GN :XSKS-05 type

15',—5%1;7] ﬁ“%"q: Recommended cutting conditions

Q EV 15—~y FMEX-05%+EE—# (EV 15—~y FAF—ILBEY ¥ > % 7—/%) MEX-05and MSN type

1/2
TIEZE (mm) Tool dia.
A 14 ‘J*;j'*i— ~ 20/21 25/26/28
Work materials Qs F# No. of teeth 2N FE No. of teeth 3N
ap ae n Vi ap ae n A
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
%% (S50C, S55C) ~60 0.8 ~9 3180 | 7,630 ~75 0.8 ~14 | 2550 9,180
T2 S 250HBLL T JC800 100 0.7 ~9 3,180 7,000 125 0.7 ~14 2,550 8,420
Carbon steel (C50,C55) (JC8118)
Below 250HB 140 0.5 ~9 2,860 5,720 175 0.5 ~14 2,290 6,870
TE$H (SKD61, SKD11) ~60 0.8 ~9 2,860 6,860 ~75 0.8 ~14 2,290 8,240
 BS255HBLUT JC8050 100 0.7 ~9 2860 | 6290 125 0.7 ~14 | 2200 | 7560
Die steel (1.2344, 1.2379) (JC8118)
Below 255HB 140 0.5 ~9 2,550 5,100 175 0.5 ~14 2,040 6,120
F1yn— K88 (HPM7, PX5, P20) ~60 0.8 ~9 2,860 6,860 ~75 0.8 ~14 2,290 8,240
f#&30~36HRC JC8118 100 0.7 ~9 2,860 6,290 125 0.7 ~14 2,290 7,560
Mold steel (1.2311, P20) (JC8118)
30~36HRC 140 0.5 ~9 2,550 5,100 175 0.5 ~14 2,040 6,120
FYn— K8 (NAKSO, HPM1, P21) ~60 0.6 ~9 2,070 4,140 S5 0.6 ~14 1,660 4,980
i 38~43HRC JO8118 100 06 ~9 2,070 3,310 125 06 ~14 1,660 3,980
Mold steel (1.2311, P21) (JC8118)
38~43HRC 140 0.5 ~9 1,750 2,800 175 0.5 ~14 1,400 3,360
W A+L8E (SKD61, DAC, DHA) ~60 0.6 ~9 1,590 2,540 ~75 0.6 ~14 1,270 3,050
BEx42~52HRC Jcs11s 100 06 ~9 1,590 2,540 125 0.6 ~14 1,270 3,050
Hardened die steel
(1.2344, 1.2379) 42~52HRC 140 0.5 ~9 1,430 1,720 175 0.5 ~14 1,150 2,070
hTHEE (FC250) ~60 1 ~9 3,180 8,900 ~75 1 ~14 2,550 10,710
11
B8 & 160~260HB JC8118 100 0.8 ~9 3,180 7,630 125 0.8 ~14 2,550 9,180
Castiron (GG25) (JC8050)
160~260HB 140 0.6 ~9 2,860 5,720 175 0.6 ~14 2,290 6,870
54584 L& ( FCD700) ~60 1 ~9 2,860 | 6,860 ~75 1 ~14 2,290 8,240
#E&170~300HB JC8118 100 0.8 ~9 2,860 6,290 125 0.8 ~14 2,290 7,560
Nodular cast iron (GGG70) (JC8050)
170~300HB 140 0.6 ~9 2,550 5,100 175 0.6 ~14 2,040 6,120
F—2FFA FRRT S LR ~60 06 ~9 2,390 | 4780 ~75 0.6 ~14 1,910 5,730
(SUS304, 316, 317) 17Cr&k|  cg050 100 0.5 ~9 2,390 4,300 125 0.5 ~14 1,910 5,160
Stainless steel Austenitic
(AISI 304, 316, 317) 140 0.5 ~9 2,070 3,310 175 0.5 ~14 1,660 3,980
TLFUHA FRRT Y LR ~60 0.8 ~9 2710 | 6,500 ~75 0.8 ~14 | 2,160 7,780
JC8118
(SUS403, 4202, 430) 13Cr&k 100 0.7 ~9 2,710 6,500 125 0.7 ~14 2,160 7,780
Stainless steel Ferritics / Martensitic (JC8050)

(AISI 403, 420J2, 430) 140 0.5 ~9 2,390 4,780 175 0.5 ~14 1,910 5,730
£ : %= LEE Overhung length  ap: B DYIAHES Axial depth of cut  @e: £EHFDEIAHEE Radial depth of cut  n : TEEEREEE Spindle speed  Vf: 3% Y #EE Feed speed
HERALEDIEER Note
L EROIEIEE L. BHEAES LTI —IRIEICE CTHABCLESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNEELEBEE. VRAARSEFLRBELIYLECLTESD, HEHIVEEGEREFTFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed

RSV, L, 1THALYDEYRBREZLZVTLESL, per tooth
BHEEBDHITROBEEF, FTURARSEFZECLTLESD, RIInBLUVVIETHFTEACESL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
FIT7—TA—CE YUY K THREBVEBET> TS, HIZ, IBMCTOF Y EFAMITEY YT Feed speed

RBIEFELSZEL, *4. Use air blow.
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// DIJET

Q EV 15—~y FMEX-05%+EE—# (E¥15—~y FRZ—ILBEY v % 7—/%) MEX-05and MSN type

1,990 8,580
150 0.7 ~20 1,990 8,760 200 0.7 ~28 1,430 7,870
210 0.5 ~20 1,790 7,160 280 0.5 ~28 1,270 6,350
~90 0.8 ~20 1,790 8,590 ~120 0.8 ~28 1,270 7,620
150 0.7 ~20 1,790 7,880 200 0.7 ~28 1,270 6,990
210 0.5 S20) 1,590 6,360 280 0.5 ~28 1,110 5,550
~90 0.8 ~20 1,790 8,590 ~120 0.8 ~28 1,270 7,620
150 0.7 ~20 1,790 7,880 200 0.7 ~28 1,270 6,990
210 0.5 ~20 1,590 6,360 280 0.5 ~28 1,110 5,550
~90 0.6 ~20 1,290 5,160 ~120 0.6 ~28 880 4,400
150 0.6 ~20 1,290 4,130 200 0.6 ~28 880 3,520
210 0.5 ~20 1,090 3,490 280 0.5 ~28 720 2,880
~90 0.6 ~20 990 3,170 ~120 0.6 ~28 720 2,880
150 0.6 ~20 990 3,170 200 0.6 ~28 720 2,880
210 0.5 ~20 900 2,160 280 0.5 ~28 560 1,680
~90 1 ~20 1,990 11,140 ~120 1 ~28 1,430 10,010
150 0.8 ~20 1,990 9,550 200 0.8 ~28 1,430 8,580
210 0.6 ~20 1,790 7,160 280 0.6 ~28 1,270 6,350
~90 1 ~20 1,790 8,590 ~120 1 ~28 1,270 7,620
150 0.8 ~20 1,790 7,880 200 0.8 ~28 1,270 6,990
210 0.6 ~20 1,590 6,360 280 0.6 ~28 1,110 5,550
~90 0.6 ~20 1,490 5,960 ~120 0.6 ~28 1,030 5,150
150 0.5 ~20 1,490 5,360 200 0.5 ~28 1,030 4,640
210 0.5 ~20 1,290 4,130 280 0.5 ~28 880 3,520
~90 0.8 ~20 1,690 8,110 ~120 0.8 ~28 1,190 7,140
150 0.7 ~20 1,690 8,110 200 0.7 ~28 1,190 7,140
210 0.5 ~20 1,490 5,960 280 0.5 ~28 1,030 5,150
0 ;% LE & Overhung length  a@p: BIAMDYIAHKE S Axial depth of cut  @e: HEHFDYIAHAHREE Radial depth of cut  n : TEEERERE Spindle speed  Vi: 3% Y EEE Feed speed
ERALOFEEHR Note:
RGN LIBA T AR E A RHEE ) LEC LR, BB B E T 2. In case of onater aceuning, recommend o reducs o depih of eut ap or Spindie speed and keep feed
FACEEL, L. THLHYDEYBREEALRNTESL, per tooth.

MB(ERLLEL, *4. Use air blow.



EXSKS-07 2 A4 7

EXSKS-07 type

*}%ﬁt’] ﬁ“%‘ﬁ: Recommended cutting conditions

QR7 24T 754 REXSKS-07# Facemill type (EXSKS-07 type)

07 547 07 type

1/2
IER (mm) Tooldia.
i
WEIH A o —k 50/52 63
Work materials Mg FHH No. of teeth 5N FH No. of teeth BN
Insert No.
2 ap ae n Vi ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) | (mm) (mm) (mm) (min™) | (mm/min)
~150 15 ~33 950 7130 | ~150 15 ~46 760 6,840
%348l (S50C, S55C) 200 1.2 ~33 950 6,180 200 1.2 ~46 760 5,930
8 S250HBLLF JC8050 250 1 ~33 830 5,400 250 1 ~46 660 5,150
Carbon steel (C50,C55)
Below 250HB 300 0.7 ~33 760 4,180 300 0.7 ~46 610 4,030
350 - - - - 350 05 ~46 610 4,030
~150 15 ~33 830 6,230 | ~150 15 ~46 660 5,940
TE$M (SKD61, SKD11) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
FE S 255HBLLT JC8050 = ~
e ot R 250 1 33 700 4,550 250 1 46 560 4,370
Below 255HB 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - - - - 350 0.5 ~46 510 3,370
~150 15 ~33 830 6,230 | ~150 15 ~46 660 5,940
FYn— R Uil (HPM7, PX5, P20) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
1E 30~36HRC Jcs118 250 1 ~33 700 4,550 250 1 ~46 560 4,370
Mold steel (1.2311, P20)
30~36HRC 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - - - - 350 0.5 ~46 510 3,370
~150 1.2 ~33 700 4550 | ~150 1.2 ~46 560 4,370
T n—E 28 (NAK8O, HPM1, P21 200 1 ~33 700 3,850 200 1 ~46 560 3,700
# £38~43HRC - -
ot s 1 ) Jcs118 250 0.7 33 570 3,140 250 0.7 46 450 2,970
38~43HRC 300 0.5 ~33 510 2,550 300 05 ~46 400 2,400
350 - - - - 350 - - - -
_— ~150 1 ~33 570 2,850 | ~150 1 ~46 450 2,700
e Nt 200 | 08 | ~33 | 570 | 2570 | 200 | 08 | ~46 | 450 | 2430
Hardened die steel Jcs118 250 0.6 ~33 510 2,300 250 0.6 ~46 400 2,160
(1.2344, 1.2379) 300 0.4 ~33 450 1,800 300 0.4 ~46 350 1,680
42~52HRC
350 - - - - 350 - - - -
~150 2 ~33 950 7130 | ~150 2 ~46 760 6,840
LT HEEHK (FC250) 200 15 ~33 950 6,180 200 15 ~46 760 5,930
# £160~260HB Jcs118 250 1 ~33 830 5,400 250 1 ~46 660 5,150
Castiron (GG25)
160~260HB 300 0.7 ~33 760 4,180 300 0.7 ~46 610 4,030
350 - - - - 350 0.5 ~46 610 4,030
~150 15 ~33 830 6,230 | ~150 15 ~46 660 5,940
S5 4 )LEgk (FCD700) 200 1.2 ~33 830 5,400 200 1.2 ~46 660 5,150
1 &170~300HB ~ ~
ot SO Jcs118 250 1 33 700 4,550 250 1 46 560 4,370
170~300HB 300 0.7 ~33 640 3,520 300 0.7 ~46 510 3,370
350 - - - - 350 0.5 ~46 510 3,370
e R ] ~150 1.2 ~33 700 4,550 | ~150 1.2 ~46 560 4,370
— AT RAT
(SUS304, 316, 317) 200 1 ~33 700 3,850 200 1 ~46 560 3,700
17CI%R JC8050 250 0.7 ~33 570 3,140 250 0.7 ~46 450 2,970
St?inlgsgostegl1/2us3t1en)itic 300 0.5 ~33 510 2,550 300 0.5 ~46 400 2,400
Gy 350 - - - - 350 0.4 ~46 400 | 2,400
~150 15 ~33 830 5400 | ~150 15 ~46 660 5,150
TILF YA FRRT LR 200 1.2 ~33 830 4,570 200 1.2 ~46 660 4,360
(s?u?ms} ‘T2F0J.2t, ﬁz))nwgr% Jcs118 250 1 ~33 700 3,850 250 1 ~46 560 3,700
A AISI 403, 42002, 430) 300 | 07 ~33 640 3,200 300 07 ~46 510 3,060
350 - - - - 350 0.5 ~46 510 3,060

£ :=HLEE Overhung length  ap: BIAEDYIAHKRE Axial depth of cut  @e: HEHHEDYIAAR S Radial depth of cut

EALOIEEE

L EROVBIEEE, BEBES LU —IRIEISE CTRECEZEL,

RUVTYNRELBEE, PRARSELRBBES Y R LTES L, HAIVEEEEEZTIHFT
EACEEWL, 2L 1ALYOFEYBEEZBVTLESY,

BHEBBATEOBERE. FTVRAARIEECLTLESTD, RIINBIVVIEFHFTHEALZE L,
LTI A—CEYPY K TREDEET TS,

MEB(EFRLLZEL,
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HIC, IBMCTOF Y EFAMITEHEIYLF

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 Spindle speed and keep feed
per tooth.

*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.

n: TEMERERE Spindle speed  Vf: 3% Y & Feed speed



// DIJET

QR7 B AT 754 REXSKS-07# Facemill type (EXSKS-07 type)

~150 1.5 ~63 600 6,300
200 1.2 ~63 600 5,460
250 1 ~63 520 4,730
300 0.7 ~63 480 3,700
350 0.5 ~63 480 3,700

~150 1.5 ~63 520 5,460
200 1.2 ~63 520 4,730
250 1 ~63 440 4,000
300 0.7 ~63 400 3,080
350 0.5 ~63 400 3,080

~150 1.5 ~63 520 5,460
200 1.2 ~63 520 4,730
250 1 ~63 440 4,000
300 0.7 ~63 400 3,080
350 0.5 ~63 400 3,080

~150 1.2 ~63 440 4,000
200 1 ~63 440 3,390
250 0.7 ~63 360 2,770
300 0.5 ~63 320 2,240
350 g S 320 2,240

~150 1 ~63 360 2,520
200 0.8 ~63 360 2,270
250 0.6 ~63 320 2,020
300 0.4 ~63 280 1,570
350 - - - -

~150 2 ~63 600 6,300
200 1.5 ~63 600 5,460
250 1 ~63 520 4,730
300 0.7 ~63 480 3,700
350 0.5 ~63 480 3,700

~150 1.5 ~63 520 5,460
200 1.2 ~63 520 4,730
250 1 ~63 440 4,000
300 0.7 ~63 400 3,080
350 0.5 ~63 400 3,080

~150 1.2 ~63 440 4,000
200 1 ~63 440 3,390
250 0.7 ~63 360 2,770
300 0.5 ~63 320 2,240
350 0.4 ~63 320 2,240

~150 1.5 ~63 520 4,730
200 1.2 ~63 520 4,000
250 1 ~63 440 3,390
300 0.7 ~63 400 2,800
350 0.5 ~63 400 2,800

£ :Z=H LESE Overhung length  a@p: BIAFDYIAAKRE Axial depth of cut e : HEHADYIAHEE Radial depth of cut N : TEESEREE Spindle speed  Vf: 3% Y& E Feed speed

EREDIEEE Note:
L EROVEIENEE. BEAES U7 — RIS CTRECESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNEELEBEE, YRAAFRSELRBBELYBECLTESL, HEHIVEEAGEREETIFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
FEACESL, EL, 1ALYOEYBEEILVTIESN, per tooth.
BHEEBDATROBEE. ETURAARIEECLTLESL, RIINBLUVIETHFTHALCESL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
AI7—TA—CKYPY LK FTHRELEEToTESL, HIS, IBMCTOF Y EF A MITEHPYLF Feed speed.
MBITERSCES L, *4. Use air blow.
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EXSKS-07 24 7

15',—5%1;7] ﬁ“%"q: Recommended cutting conditions

EXSKS-07 type

Qv 494 T 754 REXSKS-07-S32%% End mill type (EXSKS-07-S32 type)

07 247 07 type

1/2
TIE&E (mm) Tool dia.
Lt 4 ‘/*;f*i— r 32 35
Work materials EreEs FE No. of teeth 2N FH No. of teeth 3N
ap ae n Vi ) ap ae n Vi
(mm) (mm) (mm) (min™) | (mm/min) (mm) (mm) (mm) (min™) | (mm/min)
%4 (S50C, S550) ~70 0.8 ~14 1,990 4,780 ~90 0.8 ~18 1,820 6,550
fE & 250HBLLF JC8050 ~120 0.7 ~14 1,790 3,940 ~140 0.7 ~18 1,640 5,410
Carbon steel (C50,C55)
Below 250HB - - - - - - - - - -
TE$H (SKD61, SKD11) ~70 0.8 ~14 1,790 4,300 ~90 0.8 ~18 1,640 5,900
i 255HBLLF - - ~14 7 ~1 1.4 4.82
e BBl JC8050 120 0.7 14 1,590 3,500 0 0. 8 /460 820
Below 255HB = = = - - - - - - -
T A= EV8 (HPM7, PX5, P20) ~70 0.8 ~14 1,790 4,300 ~90 0.8 ~18 1,640 5,900
#EE30~36HRC Jcs118 ~120 0.7 ~14 1,590 3,500 ~140 0.7 ~18 1,460 4,820
Mold steel (1.2311, P20)
30~36HRC - - - - - - - - - -
FYn— KU (NAKSO, HPM1, P21) ~70 0.6 ~14 1,290 2,580 ~90 0.6 ~18 1,180 3,540
FE38~43HRC JCs118 ~120 0.5 ~14 1,090 1,960 ~140 05 ~18 1,000 2,700
Mold steel (1.2311, P21)
38~43HRC = = = = = = = = - -
#ANSE (SKD61, DAC, DHA) ~70 0.6 ~14 990 1,780 ~90 0.6 ~18 910 2,460
1 $42~52HRC Jcs118 ~120 05 ~14 800 1,280 ~140 0.5 ~18 730 1,750
Hardened die steel
(1.2344, 1.2379) 42~52HRC - - - - - - - - - -
heasEs (FC250) ~70 1.2 ~14 1,990 4,780 ~90 1.2 ~18 1,820 6,550
1E = 160~260HB Jcs118 ~120 1 ~14 1,790 4,300 ~140 1 ~18 1,640 5,900
Castiron (GG25)
160~260HB - - - - - - - - - -
24 84 L% ( ECD700) ~70 0.8 ~14 1,690 4,060 ~90 0.8 ~18 1,550 5,580
#ES170~300HB Jcs118 ~120 0.6 ~14 1,490 3,280 ~140 0.6 ~18 1,360 4,490
Nodular cast iron (GGG70)
170~300HB - - - - - - - - - -
F—ZFF A FRRFYLRE ~70 0.6 ~14 1,490 2,980 ~90 0.6 ~18 1,360 4,080
(SUS304, 316, 317) 17Cr&k |  ycg050 ~120 0.5 ~14 1,290 2,320 ~140 0.5 ~18 1,180 3,190
Stainless steel Austenitic
(AISI 304, 316, 317) o o = = © o = = = o
LT IHA FERT Y LR ~70 0.8 ~14 1,690 3,380 ~90 0.8 ~18 1,550 4,650
(SUS403, 42042, 430) 13Crk | yc8118 ~120 0.7 ~14 1,490 2,680 ~140 0.7 ~18 1,360 3,670
Stainless steel Ferritics / Martensitic
(AISI 403, 420J2, 430) - - - - - - - - - -

0 :Z=H LEE Overhung length  ap: EIAFDYIAHAKREE Axial depth of cut e : HEHEDYAHFES Radial depth of cut N : TEESEEE Spindle speed  Vi: % Y #E Feed speed

HEALOEEEHR

M LROTEIGEHE. BREES KT BIEICE CTRECES L,
RUVYBRELIBEF, YAARSELEBEELYBECLTLESZD, H2VREZEEETFT

RS, 2L, 1ALYDORYBFEZLVTILESL,
BHBEBHATROBEE, FTURAHFSERLTCESL. RINBLVViETHFCTHEACESL,
MLI7—TA—IZKYPY K TREDEETOTIES L,

MEBITFELSEZE N,
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IS, IBMCTOFYEF A MITEYYLT

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 Spindle speed and keep feed
per tooth
*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.



1,430 6,860

~140 0.7 ~23 1,350 5,940
~90 0.8 ~23 1,270 6,100
~140 0.7 ~23 1,190 5,240
~90 0.8 ~23 1,270 6,100
~140 0.7 ~23 1,190 5,240
~90 0.6 23] 880 3,520
~140 0.5 ~23 800 2,880
~90 0.6 ~23 720 2,590
~140 0.5 ~23 640 2,050
~90 1.2 ~23 1,430 6,860
~140 1 23] 1,350 6,480
~90 0.8 ~23 1,190 5,710
~140 0.6 ~23 1,110 4,880
~90 0.6 ~23 1,030 4,120
~140 0.5 ~23 950 3,420
~90 0.8 ~23 1,190 4,760
~140 0.7 ~23 1,110 4,000

£ %W LE & Overhung length  a@p: BRARDYIAHREE Axial depth of cut  @e: HEHFDYIAHAHEE Radial depth of cut  n : TEEERERE Spindle speed  Vi: 3% Y 3 Feed speed

ERALOFESEHR

1. LROUHIEHE, BEBAMES L UD— Y BIEICE CTHECEZSL,

RUVYHNRELBEE, ORARSELEBBELY ELTLESV, HIVEEEZEEETIFT
fERACEEL, L, TALYDEYBRFEILNTIESL,

BEBDHATREOBEF., FTURAAFRIEELTCESL, RIINBLUVVIETHTERACLEEL,

"4.17—7%—I:J: YY K FREVEZET>TCESL, HIS. IBMCTOF v EF A MITREYY KT
MBITEELCEZE L,

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 Spindle speed and keep feed
per tooth.

*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.
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EXSKS-07 2 1 7 M3 I

15',—5%1;7] ﬁ“%"q: Recommended cutting conditions

QEVa25—AY FMEX-07H+EE—# (E¥15-~y FAA-IBEY ¥ >%9 7—/\) MEX-07 and MSN type

1/2
IEZE (mm) Tool dia.
Pt o) A4 ‘J*;J;E— ~ 32 35
Work materials Qs F# No. of teeth 2N FE No. of teeth 3N
ap ae n A\ ap ae n Vi
(mm) (mm) (mm) (min") | (mm/min) | (mm) (mm) (mm) (min") | (mm/min)
R (S50C, S55C) ~100 | 1 ~14 | 1990 | 5970 | ~100 | 1 ~18 | 1,820 8,190
B8 S 250HBLLT JC8050 150 0.8 ~14 | 1,990 5,570 150 0.8 ~18 1,820 7,640
Carbon steel (C50,C55)
Below 250HB 210 0.6 ~14 1,790 4,650 210 0.6 ~18 1,640 6,400
TE$H (SKD61, SKD11) ~100 1 ~14 1,790 5,370 ~100 1 ~18 1,640 7,380
 B255HBLLT JC8050 150 | 08 ~14 | 179 | 5010 150 | 08 ~18 1,640 6,890
Die steel (1.2344, 1.2379)
Below 255HB 210 0.6 ~14 1,590 4,130 210 0.6 ~18 1,460 5,690
1 n— 88 (HPM7, PX5, P20 ~100 1 ~14 | 1790 | 5370 | ~100 | 1 ~18 1,640 7,380
E&30~36HRC JCs118 150 0.8 ~14 1,790 5,010 150 0.8 ~18 1,640 6,890
Mold steel (1.2311, P20)
30~36HRC 210 0.6 ~14 1,590 4,130 210 0.6 ~18 1,460 5,690
FYn—FE U4 (NAKSO, HPM1, P21) ~100 0.8 ~14 1,290 3,100 ~100 0.8 ~18 1,180 4,250
B 38~43HRC Jcs118 150 06 ~14 | 1200 | 2840 150 06 ~18 1,180 3,890
Mold steel (1.2311, P21)
38~43HRC 210 0.4 ~14 1,090 2,180 210 0.4 ~18 1,000 3,000
AN (SKD61, DAC, DHA) ~100 0.8 ~14 990 1,980 ~100 0.8 ~18 910 2,730
BEx42~52HRC Jcs11s 150 0.6 ~14 990 1,780 150 0.6 ~18 910 2,460
Hardened die steel
(1.2344, 1.2379) 42~52HRC 210 0.4 ~14 800 1,280 210 0.4 ~18 730 1,750
hTHEE (FC250) ~100 1.5 ~14 1,990 5,970 ~100 1.5 ~18 1,820 8,190
8 160~260HB Jcs118 150 1.2 ~14 1,990 5,970 150 1.2 ~18 1,820 8,190
Castiron (GG25)
160~260HB 210 0.8 ~14 1,790 5,010 210 0.8 ~18 1,640 6,890
5584 U458 ( FCD700) ~100 1 ~14 | 1690 | 5070 | ~100 1 ~18 1,550 6,980
#ES170~300HB Jcs118 150 0.8 ~14 1,690 4,730 150 0.8 ~18 1,550 6,510
Nodular cast iron (GGG70)
170~300HB 210 0.6 ~14 1,490 3,870 210 0.6 ~18 1,360 5,300
F—2RFF 4 FRRTU LR ~100 0.8 ~14 1,490 3,580 ~100 0.8 ~18 1,360 4,900
(SUS304, 316, 317) 17Cr&k | jcg0s50 150 0.6 ~14 1,490 3,280 150 0.6 ~18 1,360 4,490
Stainless steel Austenitic
(AISI 304, 316, 317) 210 0.4 ~14 1,290 2,580 210 0.4 ~18 1,180 3,540
TLFUHA LFERTF LR ~100 | 1 ~14 | 1690 | 4060 | ~100 | 1 ~18 | 1,550 5,580
(SUS403, 42002, 430) 13Cr&k  jcg118 150 0.8 ~14 1,690 3,720 150 0.8 ~18 1,550 5,120
Stainless steel Ferritics / Martensitic
(AISI 403, 420J2, 430) 210 0.6 ~14 1,490 2,980 210 0.6 ~18 1,360 4,080
£: %= LESE Overhung length  ap: BiARDYIAA RS Axial depth of cut  Ae: EERARMDYIIAA RS Radial depth of cut n : TEEEREE Spindle speed  Vi: 3% Y RE Feed speed
ERALEDIEER Note
LEROUIEIEEIE. BEAES LTI —IRIEICE CTHABCLESL, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVYNEELEBEE. VRAARSEFLRBBELIYLECLTESD, HEHIVEEGEEREEFTFT *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
RS, L, THALYDEYRBREZLZVTLESL, per tooth
BHEEBDHITROBEE, FTURARSEZRCLTLESL, RIINBLUVVIETHFTEACESL, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
FIT7—TA—CE YUY K THREBVEBET > TS, I, IBMCTOF Y EFAMITEY YT Feed speed
REBIEFELSZEL, *4. Use air blow.
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// DIJET

QEPa15—Ay FMEX-07TH+EE— (E¥215-~y FAL-IVEBES ¥ >4 7—/\) MEX-07 and MSN type

1,430 8,580
150 0.8 ~23 1,430 8,010
210 0.6 ~23 1,270 6,600
~100 1 ~23 1,270 7,620
150 0.8 ~23 1,270 7,110
210 0.6 ~23 1,110 5,770
~100 1 ~23 1,270 7,620
150 0.8 ~23 1,270 7,110
210 0.6 ~23 1,110 5,770
~100 0.8 28 880 4,220
150 0.6 ~23 880 3,870
210 0.4 ~23 720 2,880
~100 0.8 ~23 720 2,880
150 0.6 ~23 720 2,590
210 0.4 ~23 560 1,790
~100 1.5 ~23 1,430 8,580
150 1.2 23 1,430 8,580
210 0.8 28 1,270 7,110
~100 1 ~23 1,190 7,140
150 0.8 ~23 1,190 6,660
210 0.6 ~23 1,030 5,360
~100 0.8 ~23 1,030 4,940
150 0.6 ~23 1,030 4,530
210 0.4 ~23 880 3,520
~100 1 ~23 1,190 5,710
150 0.8 ~23 1,190 5,240
210 0.6 ~23 1,030 4,120
{: 22 LE X Overhung length  @p: S5 MO YIAARE S Axial depth of cut  @e: FEHFRDYIAAHFES Radial depth of cut n : TEEERERE Spindle speed  Vf: % Y #E Feed speed
ERALOFEEHR Note:
L EROMHIGEEE. BEBIES LU —I RIS CTHRECES L, *1. The figure to be adjusted according to the machine rigidity or work rigidity.
2%%27;:5;%1,;::’2?}11 %ﬁﬁ%;ﬁéﬁgfsi&i? ;:lé—l,c\< EV. $2 UV FEEEE % T T 2. |;ecraéi;|1 chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
WE(ERE LS, *4. Use air blow.
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EXSKS-09 4 1 7 MGGt

*}%ﬁt’] ﬁ“%‘ﬁ: Recommended cutting conditions

QR742 4 T 754 REXSKS-09%% Facemill type (EXSKS-09type)

K]
IEf&E (mm) Tooldia.
I L 50 50/52 63
Work materials MiE FI# No. of teeth 3N T No. of teeth 4N FH No. of teeth 4N
Grades ap n Vi Pc ap n \i Pc ap n A\ Pc
(mm) | (mm) | (min™) [(mm/min)| (kW) | (mm) | (mm) | (min™) [(mm/min)| (kW) | (mm) | (mm) | (min™") [(mm/min)| (kW)
~150 2 950 5,700 9.3 ~150 2 950 7,600 124 | ~150 2 750 6,000 | 12.3
PR 200 1.5 800 4,800 5.9 200 1.5 800 | 6,400 7.8 200 1.8 680 5,440 | 10.0
ifis_cfggbﬁgif% jg;ggg 250 | 1 650 | 2,925 | 24 | 250 | 1 650 | 3,900 | 32 | 250 | 15 | 600 | 4,800 | 7.4
Carbon steel (JC8118) 300 0.6 650 1,950 1.0 300 0.6 650 2,600 1.3 300 1 550 4,400 4.5
Bé&i‘v)égﬁia 350 | - - - - 350 | - - - - 350 | 0.6 550 | 3,300 | 2.0
400 - - - - 400 - - - - 400 0.4 550 2,200 0.9
~150 2 950 5,700 9.3 ~150 2 950 | 7,600 124 | ~150 2 750 6,000 | 12.3
(SKD§1,E§1D11) S 200 1.5 800 4,800 59 200 1.5 800 6,400 7.8 200 1.8 680 5,440 | 10.0
& & 255HBLLTF JC8050 250 1 650 2,925 24 250 1 650 3,900 3.2 250 1.5 600 4,800 7.4
Die steel (JC8118) 300 0.6 650 1,950 1.0 300 0.6 650 2,600 1.3 300 1 550 4,400 4.5
e 350 | - - - - 350 | - - - - 350 | 06 | 550 | 3,300 | 2.0
400 - - - o 400 o o o o 400 0.4 550 2,200 0.9
. ~150 2 830 4,980 9.2 ~150 2 830 6,640 12.3 | ~150 2 650 5,200 | 12.2
(Hi&;};x;,?ﬁﬂm JC7560 200 1.5 700 4,200 59 200 1.5 700 5,600 7.8 200 1.8 580 4,640 9.8
1 &30~36HRC JC8050 250 1 570 2,565 2.4 250 1 570 3,420 3.2 250 1.5 520 4,160 7.3
(1l\/£c:>5|(111stg§|0) (JC8118) 300 0.6 570 1,710 1.0 300 0.6 570 | 2,280 1.3 300 1 460 3,680 4.3
3b~3éHRC 350 - - - - 350 - - - - 350 0.6 460 2,760 1.9
400 - - - - 400 - - - - 400 0.4 460 1,840 0.9
T = ~150 1.5 700 2,100 5.1 ~150 1.5 700 | 2,800 6.8 | ~150 1.5 550 2,200 6.8
(NAK8O, HPM, P21) 200 1 600 1,800 2.9 200 1 600 | 2,400 3.9 200 1.2 500 2,000 4.9
B &38~43HRC JC8118 250 0.7 490 1,470 1.7 250 0.7 490 1,960 2.2 250 1 440 1,760 3.6
Mold steel (JC8050)| 300 | 04 490 735 | 0.5 300 | 04 490 980 0.6 300 | 07 380 | 1,520 | 2.2
e 350 | - - - - 350 | - - - - | 350 | 05 | 380 | 1520 | 16
400 - - - - 400 o o o o 400 o o o =
~150 1.5 510 1,530 5.0 ~150 1.5 510 2,040 6.6 | ~150 1.5 400 1,600 6.6
(SKDgﬁ)t\Lg] DHA) 200 1 460 1,380 3.0 200 1 460 1,840 4.0 200 1.2 360 1,440 4.7
H242~52HRC  jogi1g | 250 | 07 | 420 | 1260 | 19 | 250 | 07 | 420 | 1,680 | 25 | 250 | 1 320 | 1,280 | 3.5
Hardened die steel 300 0.4 420 630 0.5 300 0.4 420 840 0.7 300 0.7 280 1,120 2.1
SR 350 | - - - - 350 | - - - - 350 | 05 | 280 | 1,120 | 15
400 - - - - 400 - - - - 400 - - - -
~150 2.5 950 5,700 9.3 ~150 2.5 950 7,600 124 | ~150 2.5 750 6,000 | 12.3
ik 200 2 800 4,800 6.2 200 2 800 6,400 8.3 200 2 680 5,440 8.9
(FC250, FC?OO) 250 1.5 650 2,925 2.9 250 1.5 650 | 3,900 3.8 250 1.5 600 4,800 5.9
= éggg?gu-lz JERTE 300 1 650 1,950 1.3 300 1 650 2,600 1.7 300 1 550 4,400 3.6
350 - - - = 350 = = = = 350 0.6 550 3,300 1.6
400 - - - - 400 o = o = 400 0.4 550 2,200 0.7
~150 25 950 5,700 9.3 ~150 2.5 950 | 7,600 124 | ~150 2.5 750 6,000 | 12.3
N 200 2 800 4,800 6.2 200 2 800 6,400 8.3 200 2 680 5,440 8.9
(’)I;{Ci);o{;(l)/Dﬁf(ﬁ JC8118 250 1.5 650 2,925 2.9 250 1.5 650 3,900 3.8 250 1.5 600 4,800 5.9
1 & 300HBELT 300 1 650 1,950 1.3 300 1 650 2,600 1.7 300 1 550 4,400 3.6
Nodular cast iron 350 - - - - 350 - - - - 350 0.6 550 3,300 1.6
400 - - - - 400 - - - - 400 0.4 550 2,200 0.7
~150 2 950 4,275 | 111 ~150 2 950 5,700 14.8 | ~150 2 750 4,500 | 14.7
_ . 200 1.5 800 3,600 7.0 200 1.5 800 4,800 9.4 200 1.8 680 4,080 | 12.0
7\(781_]/8[;02)%&] JCB8050 250 1 650 1,950 2.5 250 1 650 2,600 3.4 250 1.5 600 3,600 8.8
8 & 250HBLLT (JC7560) 300 0.6 650 1,950 1.5 300 0.6 650 | 2,600 2.0 300 1 550 2,640 4.3
Stainless steel 350 - - - o 350 o o o o 350 0.6 550 2,200 2.2
400 - - - o 400 o o o o 400 0.4 550 2,200 1.4
£ T R3 )L LKREOverhung length  ap: Y15A&FE &Depth of cut N : TEEEREESpindle speed  Vf: 3% Y #fEFeed speed  Pc: EBKEIHIE) SINet powet consumption
BERLOTESE
:1.J:EE.a)t)]éi'J%#I;EﬁF&Iﬁufii?sct:lﬁ'j—7E\in(:m E’C?Jél?%(f:‘ét:a (ERIFBTS0Z E'Y FILIZT) X [“f‘::he figure to be adjusted according to the machine riaidity or work rgidity
Z'UU,L) HRE E’,f:tutj [i‘gmi&}f%g 515&1&@& YEECLTCREL. HOVFEBRERETIFTRACESL, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
EEL. 1HHYORYBEERABNTEEL, Do oot

BEBBATEOBEE. FTYRARIEECLTLESD, RIINBIVVIETHFTERACES L,

MIT7—7A—EYPY K TREBEZT TSN, BT, IBMCTOF Y ETAMITEYY < FME(Z
EEEEW,

*5.PLA Y — FEFEADBAIX, ap=2mmUTIZTEALZEL,

*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.

*5.When using PL type inserts, depth of cut ap must be kept within 2mm
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QR7 44T 754 REXSKS-09 Facemill type (EXSKS-09 type)

2/3
TEE (mm) Tool dia.
P (o — 63/66 80 100
Work materials LZEsd FH No. of teeth BN FHH No. of teeth 6N FHH No. of teeth 7N
Grades ap n \%i Pc ap n \ Pc ap n \ Pec
(mm) | (mm) | (min™") |(mm/min)| (kW) | (mm) | (mm) | (min™) [((mm/min)| (kW) | (mm) | (mm) | (min™") [(mm/min)| (kW)
~150 | 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 187 | ~150 | 2 480 | 6,720 | 21.8
R 200 | 1.8 680 | 6,800 | 125 200 | 18 | 540 | 6480 | 152 200 | 2 430 | 6,020 | 19.6
;;S;ggbﬁgif-)s jg;ggg 250 | 15 | 600 | 6,000 | 92 | 250 | 18 | 480 | 5760 | 135 | 250 | 2 380 | 5320 | 17.3
Carbon steel 300 | 1 550 | 5500 | 5.6 300 | 1.5 | 440 | 5280 | 10.3 300 | 15 350 | 4,900 | 11.9
Béﬁ)gﬂs (JC8118) 350 | 0.6 550 | 4,125 2.5 350 1 440 | 5,280 6.9 350 | 1.5 350 | 4,900 | 11.9
400 | 04 550 | 2,750 | 1.1 400 | 06 | 440 [3960 | 3.1 400 | 1 350 | 4,900 | 8.0
~150 | 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 187 | ~150 | 2 480 | 6,720 | 21.8
(smﬁﬂgﬂﬁ(nm P 200 | 1.8 680 | 6,800 | 12.5 200 | 1.8 | 540 | 6,480 | 15.2 200 | 2 430 | 6,020 | 19.6
H 255HBILT 250 | 15 600 | 6,000 | 9.2 250 | 1.8 | 480 |5760 | 135 | 250 | 2 380 | 5320 | 17.3
JC8050
Die steel 1C8118) 300 | 1 550 | 5500 | 5.6 300 | 15 | 440 | 5280 | 10.3 300 | 15 350 | 4,900 | 11.9
(132;?:3'21553739) ( 350 | 06 550 | 4,125 | 25 350 | 1 440 | 5,280 6.9 350 | 1.5 350 | 4,900 | 11.9
400 | 04 550 | 2,750 | 1.1 400 | 06 | 440 [ 3960 | 3.1 400 | 1 350 | 4,900 | 8.0
~150 | 2 650 | 6,500 | 152 | ~150 | 2 520 | 6,240 | 185 | ~150 | 2 410 | 5740 | 21.3
FYn—FE Ui 200 | 1.8 580 | 5,800 | 12.2 200 | 1.8 | 470 | 5640 | 15.1 200 | 2 370 | 5180 | 19.2
(;gy;bi)éghfg) jg;ggg 250 | 1.5 | 520 | 5200 | 941 | 250 | 1.8 | 420 | 5040 | 135 | 250 | 2 330 | 4620 | 17.2
Mold steel 108118) 300 | 1 460 | 4,600 | 54 300 | 15 | 360 | 4,320 | 96 300 | 15 280 | 3,920 | 10.9
Y ( 350 | 06 | 460 | 3450 | 24 | 350 | 1 360 | 4320 | 64 | 350 | 15 | 280 | 3,920 | 10.9
400 | 04 460 | 2,300 | 1.1 400 | 06 | 360 |3240 | 29 400 | 1 280 | 3,920 | 7.3
S ~150 | 15 550 | 2,750 | 84 |~150 | 15 | 430 | 2,580 | 101 | ~150 | 1.5 350 | 2,450 | 11.9
e el E2h 200 | 1.2 500 | 2,500 | 6.1 200 | 12 | 390 |2340 | 73 200 | 15 310 | 2,170 | 10.6
Ba3g~43HRC | JCB118 | 250 | 1 440 | 2,200 | 45 250 | 12 | 340 | 2040 | 64 250 | 1.2 280 | 1,960 | 7.6
Mold steel  ((JC8050)[ 300 | 0.7 380 | 1,900 | 2.7 300 | 1 300 | 1,800 | 47 300 | 1 250 | 1,750 | 5.7
B 350 | 05 | 380 | 1,900 | 1.9 | 350 | 0.7 | 300 | 1,800 | 3.3 | 350 | 1 250 | 1,750 | 5.7
400 - = - = 400 | 04 | 300 | 1,800 1.9 400 | 07 250 | 1,750 | 4.0
~150 | 15 400 | 2,000 | 82 |~150 | 15 | 320 | 1,920 | 100 | ~150 | 15 250 | 1,750 | 11.4
, SKDgﬂ%ﬂj DAY 200 | 12 | 360 | 1,800 | 59 | 200 | 12 | 200 | 1,740 | 7.2 | 200 | 15 | 230 | 1610 | 105
WE42~52HRC  yogirg |20 | 1 320 | 1,600 | 4.4 250 | 12 | 260 | 1,560 | 65 250 | 1.2 200 | 1,400 | 7.3
Hardened die steel 300 | 07 280 | 1,400 | 27 300 | 1 220 | 1,320 | 4.6 300 | 1 180 | 1,260 | 55
el 350 | 05 | 280 | 1400 | 19 | 350 | 07 | 220 1320 | 32| 350 | 1 180 | 1,260 | 55
400 - - - - 400 | 04 | 220 | 1,320 18 400 | 07 180 | 1,260 | 3.8
~150 | 25 750 | 7,500 | 154 | ~150 | 25 | 600 | 7,200 | 187 | ~150 | 2.5 | 480 | 6,720 | 21.8
ik 200 | 2 680 | 6,800 | 11.1 200 | 2 540 |6480 | 135 | 200 | 25 430 | 6,020 | 19.6
(FC250, FC3:00) 250 | 15 600 | 6,000 | 7.4 250 | 2 480 | 5760 | 12.0 250 | 2 380 | 5,320 | 13.8
IS SOORBELRNCSISY 500 | 1 550 | 5500 | 45 | 300 | 15 | 440 | 5280 | 82 | 300 | 2 | 350 | 4,900 | 127
350 | 06 550 | 4,125 | 2.0 350 | 1 440 | 5280 | 55 350 | 15 350 | 4,900 | 96
400 | 04 550 | 2,750 | 0.9 400 | 06 | 440 | 3960 | 25 | 400 | 1 350 | 4,900 | 6.4
~150 | 25 750 | 7,500 | 154 | ~150 | 25 | 600 | 7,200 | 18.7 | ~150 | 2.5 480 | 6,720 | 21.8
200 | 2 680 | 6,800 | 11.1 200 | 2 540 | 6,480 | 135 200 | 25 430 | 6,020 | 19.6
('::C%;O"f F’é’gf{% Jcaig | 250 15 600 | 6,000 | 7.4 250 | 2 480 | 5760 | 12.0 250 | 2 380 | 5320 | 138
ST 300 | 1 550 | 5500 | 4.5 300 | 15 | 440 | 5280 | 8.2 300 | 2 350 | 4,900 | 12.7
Nodular cast iron 350 | 06 550 | 4,125 | 2.0 350 | 1 440 | 5280 | 55 350 | 15 350 | 4,900 | 96
400 | 04 550 | 2,750 | 0.9 400 | 06 | 440 [3960 | 25 400 | 1 350 | 4900 | 6.4
~150 | 2 750 | 5625 | 184 | ~150 | 2 600 | 5400 | 225 | ~150 | 2 480 | 5,040 | 26.2
_ 200 | 1.8 680 | 5,100 | 15.0 200 | 1.8 | 540 | 4,860 | 18.2 200 | 2 430 | 4515 | 235
X(;’ U/S '3’0;:)‘% Jcsoso| 250 | 15 600 | 4,500 | 11.1 250 | 1.8 | 480 | 4,320 | 16.2 250 | 2 380 | 3,990 | 207
& o50nppf |(WC7560) 800 1 550 | 3,300 | 5.4 300 | 15 | 440 | 3,960 | 124 300 | 15 350 | 3,675 | 14.3
Stinless stas! 350 | 06 550 | 2,750 | 2.7 350 | 1 440 | 3,168 | 66 350 | 1.5 350 | 3,675 | 14.3
400 | 04 550 | 2,750 | 1.8 400 | 06 | 440 | 2640 | 33 400 | 1 350 | 3675 | 96
0 T2 K2 )LEHLESOverhung length ap: Y1AA R &Depth of cut N : TEEEREESpindle speed  Vi: % YEEFeed speed  Pc: IEBREIEISE) AINet powet consumption
FERLDIESEE
:1.%E@@Wﬁ‘l%{*(i.sﬁﬁfﬂ“&iﬁ3:27—7@“2[:@C'C?]ﬂg(f:’éb:; (J:EE[iBTSOZE“/ Fi=1) . Nf‘ihe figure to be adjusted according to the machine rigidity or work rigidity.
Z?:If)‘: Ll)‘?{%i ;tjzi%sg’iggiﬁfi%ﬁf YBECLTUES Y. HOVEEREEETFTRACESL, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
:2%%??5;23%35” f;%éziggfé l{;ié(:\é L'a}‘%ol:ﬁIitnﬁionfclévé)i-:\:—t:i—g‘—%m;mgfcé[;\;ﬁ Y FmE(C *3 \E};a;ggi%ejées not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
TR = °

*4. Use air blow.

SPLA Y — b ERAOHER, ap=2mmUTFIRTEACLEE L, *5.When using PL type inserts, depth of cut ap must be kept within 2mm
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EXSKS-09 4 4 7 MG CheRt

*}%ﬁt’] ﬁ“%‘ﬁ: Recommended cutting conditions

QR7 24T 754 REXSKS-09% Facemill type (EXSKS-09 type)

3/3
IE#%E (mm) Tool dia.
HHHEI#E {o8—Fh
Work materials i 125 160
Grades FE No. of teeth 8N FEL No. of teeth ON
ap n Vi Pc ap n Vi Pc
(mm) | (mm) | (min™) [(mm/min)| (kW) | (mm) | (mm) | (min™) [(mm/min)| (kW)
~150 | 2 380 | 6,080 | 247 | ~150 | 2 300 | 5400 | 28.1
B3RS 200 | 2 340 | 5440 | 22.1 200 | 2 270 | 4,860 | 25.3
(S50C, S55C) © JC7560 [ .50 | » 300 | 4,800 | 195 | 250 | 2 240 | 4,320 | 225
#EE250HBLLF | jc8050
Carbonstesl |\ Sean| 300 | 2 280 | 4,480 | 182 | 300 | 2 220 | 3,960 | 20.6
(C50,C55) ( ) 350 | 15 280 | 4,480 | 137 350 | 2 220 | 3,960 | 20.6
Below 250HB
400 | 15 | 280 | 4,480 | 137 | 400 | 15 | 220 | 3,960 | 15.4
~150 | 2 380 | 6,080 | 24.7 | ~150 | 2 300 | 5400 | 28.1
(SKD§1ES§?(D11 ; 200 | 2 340 | 5440 | 22.1 200 | 2 270 | 4,860 | 25.3
GO0 5, | ) 300 | 4800 | 195 | 250 | 2 240 | 4320 | 225
fEE255HBLLF | jc8050
Die steel cstig)| 2% | 2 280 | 4480 | 182 | 300 | 2 220 | 3,960 | 20.6
o e 350 | 1.5 | 280 | 4,480 | 137 | 350 | 2 220 | 3,960 | 20.6
elow 255HB
400 | 15 | 280 | 4,480 | 13.7 | 400 | 15 | 220 | 3,960 | 15.4
5 . ~150 | 2 330 | 5280 | 245 | ~150 | 2 260 | 4,680 | 27.8
Jn—~KrY
200 | 2 300 | 4,800 | 223 | 200 | 2 230 | 4,140 | 24.6
(HPM7, PX5, P20) ! JC7560
250 | 2 260 | 4,160 | 193 | 250 | 2 210 | 3,780 | 225
5§é30~36HRC JC8050
Moigsteel | Lo 300 | 2 230 | 3,680 | 17.1 300 | 2 180 | 3,240 | 19.3
B 350 | 15 | 230 |3680 | 128 | 350 | 2 180 | 3,240 | 193
400 | 15 | 230 | 3,680 | 12.8 | 400 | 15 | 180 | 3,240 | 14.4
. ~150 | 15 | 280 | 2240 | 137 [ ~150 | 15 | 220 | 1,980 | 154
N—Fry
e BT S 200 | 15 | 250 | 2,000 | 122 | 200 | 15 | 200 | 1,800 | 14.0
Fx3g~43HRC | JCB118 | 250 | 1.5 | 220 | 1,760 | 107 | 250 | 1.5 | 180 | 1,620 | 126
Mold steel  {(JC8050)| 300 | 15 | 200 | 1,600 | 9.8 | 300 | 15 | 150 | 1,350 | 105
(1.2311, P21)
A 350 | 1 200 | 1,600 | 65 | 35 | 15 | 150 | 1,350 | 10.5
400 | 1 200 | 1,600 | 65 | 400 | 1 150 | 1,350 | 7.0
AR ~150 | 15 | 200 | 1,600 | 13.0 | ~150 | 15 | 160 | 1,440 | 15.0
ey 200 | 15 | 180 | 1,440 | 117 | 200 | 15 | 150 | 1,350 | 14.0
WE42~5HRC  ogiqe | 290 | 15 | 160 | 1280 | 104 | 250 | 15 | 130 | 1170 | 12.2
Hardened die steel 300 1.5 140 1,120 9.1 300 1.5 110 990 10.3
(1.2344, 1.2379)
o 350 | 1 140 | 1,120 | 6.1 350 | 1.5 | 110 990 | 10.3
400 | 1 140 | 1,120 | 64 | 400 | 1 110 990 | 6.9
~150 | 25 | 380 | 6,080 | 247 | ~150 | 25 | 300 | 5400 | 28.1
ik 200 | 25 | 340 | 5440 | 221 | 200 | 25 | 270 | 4,860 | 253
;;C;ggé:gio_? 250 | 25 | 300 | 4800 | 195 | 250 | 25 | 240 | 4320 | 225
et iron’l JC88 300 [ 2 280 | 4,480 | 14.6 | 300 | 25 | 220 | 3,960 | 206
350 | 15 | 280 | 4,480 | 109 | 350 | 2 220 | 3,960 | 16.5
400 | 15 | 280 | 4,480 | 109 | 400 | 15 | 220 | 3960 124
~150 | 25 | 380 | 6,080 | 247 | ~150 | 25 | 300 | 5400 ]| 28.1
P 200 | 25 | 340 | 5440 | 221 200 | 25 | 270 | 4,860 | 25.3
Foos00 F)CD700) Joaig |20 | 25 | 300 [ 4800 | 195 | 250 | 25 | 240 | 4.320| 225
TR 300 | 2 280 | 4,480 | 146 | 300 | 25 | 220 | 3,960 | 206
Nodular cast iron 350 1.5 280 | 4,480 10.9 350 2 220 3,960 | 16.5
400 | 15 | 280 | 4,480 | 109 | 400 | 15 | 220 | 3,960 | 124
~150 | 2 380 | 4,560 | 296 | ~150 | 2 300 | 4,050 | 33.7
_ 200 | 2 340 | 4,080 | 265 | 200 | 2 270 | 3,645 | 30.3
7\(78' U/S l::o;:)ﬂ] Jcgos0 | 250 | 2 300 | 3,600 | 234 | 250 | 2 240 | 3,240 | 27.0
Eaosopi (C7560)( 300 | 2 280 | 3,360 | 21.8 | 300 | 2 220 | 2,970 | 247
T 350 | 15 | 280 | 3,360 | 164 | 350 | 2 220 | 2,970 | 24.7
400 | 15 | 280 | 3,360 | 164 | 400 | 15 | 220 | 2,970 | 185

£ T> R3)LZEH LK EOverhung length  ap: H15A#&FE &Depth of cut N : TEEEREESpindle speed  Vf: 3% VY #fEFeed speed  Pc: IEBKEIHIE) SINet powet consumption

ERLOFERE Note:
1 EROBIEHE, MRAIES K U7 — o BIEICE CTHABCESL, (EREBTS0RE Y FILIST) e o '
DUVYARRELLBER, JASREELRMBLY L LTIEED, HAVEERREETHTEA &, ) [1e figure lo be adjusted according to the machine rigidily o work rigidity.

FEL. 1H%YDEYRRIEIHOTEE *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed
BEEBNTFROBAE, FFPAHREEELTIREN. RINBELVVETFTRACEEL, Ly oo
. " 2 . — - Svis . Pyl . . _ 3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
4.;%?Z§;I-$ YPY K TREREBEToTLHEEN, HIT, IBMCTOF v ET A MITEYY < FREIC Feed speed

_ . *4. Use air blow.
5PLA Y — b ERAOHARL. ap=2mmUTISTEAEZE L, *5.When using PL type inserts, depth of cut ap must be kept within 2mm
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EDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Disseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823

EDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)

699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China

Khet Suanluang, Bangkok 10250, Thailand
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260
IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)

EDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 305, Mahant Chambers Plot No. 315, Road No. 34, Wagle Estate
Shanghai 200122, China MIDC Industrial Area, Thane (W) 400604, India
Phone. 91-22-4012-1231  Fax. 91-22-4024-0919

Phone. 86-21-5058-1698 Fax. 86-21-5058-1699
EDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, M1 48170 U.S.A.

Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City,
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395
Phone. 86-769-8188-6001 Fax. 86-769-8188-6608
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https://www.youtube.com/channel/lUC1AdnZ3YtAg-h3rriDa5uXA https://twitter.com/DijetTool

https://lin.ee/p0YdfUy

CEREDEE TEERECSHEANEE DI
iﬁ OFE LYIHIEH THALANTESL, ORELERORTOHZTEFHEALANTESL,

O Y {TORE. BEHESICLBTHICTEBCLS L. X REBRFPLERENN—ZHEAESLN,
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.
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