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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.
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OTEHRIG . BMBRDIHTFERLEETITZEHHYET . Specification shall be changed without notice.
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NEW PRODUCT

Next- generatlon hlgh ﬁﬂ{l[ﬁmﬂ[ﬁi@@ﬂﬁ?
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~ . Double-side insert(6 corners)
- New PVD coated grade “JC7560%

Max. p—3mm'5fz—2mm/t0)
mﬁDhIIZE- \B] HE

Possible,to hlgh feed machmmg _
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SKSIJAFU—1L LIV DIJET

m I;E@ EE D ,Ju I E iiﬂ 3— % @7 THREN I HEHRDID. AU | KTF v THEERHL .
EBRBES-
]
— ﬁ Due to wedge-shaped binding face of insert, only single screw clamp prevents movement
[ . of inserts ing corner of inserts easily.
= — '
IA = v

"SKS EXTREME" EXSKS type, next-generation high feed machining cutter

OIS ENAFH (Aap) RASMMT 1 AL =biEb fz=2mm/tDFED M I ravee.

Possible to high feed machining on fz=2mm/t in case of Max. depth of cut (ap)= 3mm.

OFvJIIMEERTIEETE I—J cxEm.,

Economical double-side insert (6 corners).

PO THI 152 R e s

OF v JEH7.5mmTHiEEE I HERmEL
1.5 cmmi,
Insert thickness: 7.5mm improved strength by 1.5 times compared
with conventional tool.

OL/D=6MEDRVEHUIMNTI CTHRELLEXEDINIH AT EE,

Possible to stable high feed machining in case of long overhung length over L/D=6.

@5 LY I BRUAUANIICHEN. SHERLRs v NI E g, T ¥TEH7.5mm insertthickness: 75mm
Excellentin ramping and helical interpolation, and possible to high efficient pocket milling.
XAV IRPE3 TS VEVIAI FTTRILATEE.

2Possible to Max. ramping angle 3° in case of using ¢63mm facemill. c&b. iEEEGS H RCLjitEﬁEfgb\jﬁgﬁﬂ:gﬁ(%
£ C AMAMRAES RO TEFimZ it RmEE30% L L7 v T BRI TREICERAERELE T,

@7 T IEM R IBE ICEBNEEIM D —IE- ERE DO TREMERIRT E5I(C IO TDEE. BOFREZFHTHMRBHOET
¥ﬁ- PVDI— 7_-4 “Ja*ZE (,J C756 0) ;;m ) 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

Adopting new PVD coated grade "JC7560" improved fracture toughness and achieved longer tool life.
even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.

Q MEAEE M ICEBNDFHPVDI—FT1J#E<JIC7560> t)J ‘ﬁu 'E ﬁg Cutting performance
New PVD coated grade "JC7560" against thermal shock (N)
Q tIHIEHILEER 6,000

Cutting force comparison i HeRmEL 1 8%ikRi.
5,000 D#tkt10%iRi

ﬂ'ﬁﬁ}ﬁ%'li & 1&@})’;'&[:@“7311%%“:4@% Ti-based nitride layer with excellent welding resistance & low friction 18% reduction from conventional tool,

. MEEEME & MEAEICEBNTCAI-CrSRE(LYIIE Al-Crbased nitride layer improved oxidation & thermal resistance IQ'T% roodn§ b 63mm 4,000 10% reduction from competitor D
MEFEME & MEEICEBNICTI-ASRZE(EYIE 1i-Albased nitride layer improved wear & thermal resistance #EH A1 var1 : S50C 3,000
i T . PSR {EE Layerimproved adhesion Ve=150m/min, fz=1.5mm#t,

= —_— — = 2
;&%% & ﬁﬁ]glugﬁb\ﬂﬂ' Substrate improved thermal crack resistance & thermal shock resistance ap 1'5mm= ae=40mm 000 3443 Feed force)

(5%
(FE49F Mainforce)
(5977 Backforce)

77 (Resultant force)

X

: , o _ = P - P Y
.l = OX(CHRT A ANMLTATERICOV CMHRIB PTG RN RO SN DI TICH U, Lb—BORFm{LEERN. 1,000 .
HRED SR Section In case of rough milling, JC7560 improved heat-fracture resistance & impact strength, and achieved longer tool life. ~
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Conventional Competitor D EXSKS type
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Facemill type

SKS EXTREME
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Through coolant hole
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Without coolant hole

Through coolant hole
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Set bolt built into the cutter body

~ti& (mm) Dimensions
WISFvT
?r( =8 Inserts
Z: i TE | I T—INABEyrRILE (kg) Fig
= Cat-No. ) Stock | No-of | ope | 1¢ | oDb | od | et | a | b | 2 Set bolt Weight /\
<
EXSKS-4050R (] 4 50 55 40 |22.225 96| 84 5 19 | M10x1.5x25% 0.4 3
7 : 48 |22225| 17 | 84 2 mio  [FRREERM o5 14
B, ® | ° | 3| %0 8 > 84| 5 | 20 0 sl | 02 WNMUO090720
S 7| EXSKS-6080R | ® | 6 80 | 70 | 65 (3175 | 26 |127| 8 | 32 M16 H(eJTg capzcrzrv 13 | 1 ZER-PM
= standar
% ; EXSKS-7100R o 7 100 70 70 |31.75 | 26 12.7 8 32 M16 2.0 2
1 \
A | EXSKS-8125R (] 8 125 63 100 |38.1 60 159 | 10 35 M20 771Z7-1"\F| 3.0 2 -
97T R A
EXSKS-9160R ([ J 9 160 63 100 |50.8 75 19 11 43 M24 Clamp bolt 4.2 2 Parts
EXSKS-4050R22| @ | 4 50 | 55 | 40 |22 9.6|104 | 63| 19 | MIOX15x25* 0.3 | 3 | 4557hU Clampscrew
EXSKS4052R22| ® | 4 | 52| 50 | 40 |22 | 17 | 104 | 63| 20 MIO | xgrpasus| 04 | 1 &
(JISH1E)
N EXSKS-5063R-22 | @ 5 63 50 48 |22 17 104 6.3 | 20 M10 Head cap screw 0.5 1
=% | EXSKSG063R27| ® | 5 | 63| 50 | 48 |27 |20 |124| 7 | 22 |Mi2xt75x30% VS |5 | g CSW-513H
i _'3 EXSKS-5066R-27 | @ 5 66 50 48 |27 20 124 7 22 | M12X1.75X30* 0.5 1 L>F Wrench
o
1| EXSKS6080R27| ® | 6 | 80 | 55 | 65 |27 |37 |124| 7 | 22 M12 09 | 2 \\
EXSKS-7100R-32 | @ 7 100 55 85 |32 45 14.4 8 32 M16 TIAXT7-NA| 1.7 2 /
97T RN
EXSKS-8125R40| @ | 8 | 125 | 55 | 100 |40 60 |164| 9 | 35 M20 Campbot | 27 | 2 20
EXSKS-9160R-40 | @ 9 160 | 55 | 100 |40 85 | 164 | 9 35 M20 3.9 2
@ A—F—TEEER Standard stock items
) 1. ANMKICF v T RBHHIAATEHEDF B Ao Note)l. All cutters are supplied without inserts. 95 THhU HESZR L (N-m)
) 2.k ENF T KIEED s 7—/ (Fﬁtwh?ﬁ)bh?ﬁﬁbt&‘bi?} %U)ﬂﬂlCDiﬁfb_C(&‘T’—l K EDHBRIVNESERLEE L. Clamp screw Recommended torque
Note) 2.% mark shows: these cutter bodies are equipped with the _set bolt pecause of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor. CSW-513H 55

QHFvT

Insert

// DIJET

‘ — Cat. No.
|

PVDI—51>7 | —
} % ¥EE PVD coated =+ (mm) Dimensions
T [ G = Al T | BT
|
| WNMUO90720ZER-PM | M Y 14 |766|194| 2

T @ A—N—TEER Standard stock items

(5

mIs 15“ Cutting data

O FUN—RVHDEEDINTZEHI 1. High feed machining on mold steel
FRETTIMNI surface roughing

15 —Z10fBADTY 10 inserts per case.

LR Partname FrET17ZE Cavity mold
AN TAHE Work A Material TYN=R 48 (BALEE) Mold steel (heat-treated)
FEX Hardness 30-34HRC
F5E& Tool No. EXSKS-7100R
TE Tool
F TR InsertNo. | WNMUO90720ZER-PM (JC7560)
ol n 325  (min”)
Cutting speed Ve 102 (m/min)
S Vi 3,980  (mm/min)
1 e | 1.75 (mm/Y)
= —_ A2 =0 Avd ap 25 (mm)
FHENNDRFICTT AN SHIRITROH2.4BDYOLTF
HiE (Q=756cm?/min) ZiZm, B0 MILF v T EHER. ae 76 (mm)
Achieved high metal removal rate (Q=756cm?/min) by 2.4 times compared with conventional 27— Coolant X Dry

tool. And showed normal wear after 80min.(machining at Max. main spindle load)

{EFAHEM Machine | SZFSMC (24Kw) Vertical MC(24Kw)
@ FHHERSSEINTOFTEOINTES 2. High feed machining on die structure part
p
FEEFHL face roughing
Z#F Part name S BAEEER Die structure part
O TAF Work #WHIA Material FC350 GG35
FEX Hardness —
5% Tool No. EXSKS-6080R
TE& Tool
F T InsertNo | WNMUO90720ZER-PM (JC7560)
i~
I n 500  (min")
Cutting speed Ve 125 (m/min)
ZRHLFEE Overhung length : 220mm )R 1% 5,000 (mm/min)
st g | g 1.66 (mm/1)

oo : - e ap 3  (mm)
UUDLRAL—XEIN T, DHEISH U, Ib FHHE . o o
1.9f%. Fdn 1 .5f5%&Em. SIFEINITE . ° mm
No chatter very smooth cutting. Achieved high metal removal rate by 1.9 times and J—52>h Coolant 3 Dry

longer tool life by 1.5times compared with competitor D. Able to machining for 5 hours.

{EFAHERK Machine

PIFSMC Double column type MC
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—FINER Definition of corner shape for programming FETHIFRE Recommended cutting conditions

011'\79477541 Facemill type

OVER ¢yt T " 1/2
T0T 5 LIEREED ﬁb VAHLE Bl E -
I-FR . Over cut Remains T E#(mm) Tool dia.
Corner R for programming
o S — R - 50/52 63/66 80
Work materials Grades FIE No. of teeth 4N FE No. of teeth SN FIEL No. of teeth BN
R3.5 0 1.30 2 ap n Vi [Pt 2 ap n Vi Pec 2 ap n Vi Pec
R4.0 0.025 119 (mm) | (mm) | (min™) [(mm/min)] (kW) | (mm) | (mm) | (min™) (mm/min)| (kW) | (mm) | (mm) | (min™) (mm/min)] (kW)
%48 150 2 950 | 7,600 | 124 150 2 750 | 7,500 | 154 150 2 600 | 7,200 | 18.7
(SS(}JJE-), \3550) 200 1.5 800 | 4,800 5.9 200 1.8 680 | 6,800 | 125 200 1.8 540 | 6,480 | 15.2
GEZ-_"ZS(SHBL)!"F JC7560 250 1 650 | 3,380 2.7 250 1.5 600 | 6,000 9.2 250 1.8 480 | 5,760 | 135
Carbon steel 300 0.6 650 | 2,600 1.3 300 1 550 | 5,500 5.6 300 1.5 440 | 5280 | 10.3
. ;ﬁgggﬂm 350 | — - - — | 350 | 06 | 550 |5500| 3.4 | 350 1 440 | 5280 | 6.9
***** Q. 400 — — — — 400 0.4 550 | 5500 | 2.3 400 0.6 440 | 5,280 41
FUN—F4B 150 2 830 | 6640 | 123 150 2 650 | 6,500 | 15.2 150 2 520 | 6,240 | 185
(HPM7,PX5.P20) 200 1.5 700 | 4,200 5.9 200 1.8 580 | 5,800 | 12.2 200 1.8 470 | 5,640 | 15.1
> B£30-36HRC ety 250 | ! 570 | 2960 | 27 | 250 | 1.5 | 520 | 5200 | 9.1 | 250 1.8 | 420 | 5040 | 135
aku Mold steel 300 0.6 570 | 2,280 1.3 300 1 460 | 4,600 54 300 1.5 360 | 4,320 9.6
RS 350 | — = = — | 30 | 06 | 460 | 4600| 32 | 350 | f 360 | 4320 | 6.4
400 = = = = 400 0.4 460 | 4600 | 22 400 0.6 360 | 4,320 3.9
N TE 150 2 950 | 7,600 | 124 150 2 750 | 7,500 | 154 150 2 600 | 7,200 | 18.7
JO774 U518 Attention for profile milling (SKDB1.SKD11) 200 | 15 | 800 | 4800| 59 | 200 | 1.8 | 680 | 6800 | 125 | 200 | 1.8 | 540 | 6,480 | 152
BBE255HBLLT | yo7560 250 1 650 | 3,380 2.7 250 1.5 600 | 6,000 9.2 250 1.8 480 | 5,760 | 135
©V— L) CADETTE Caloulation of ol ) Die steel 300 0.6 650 | 2,600 1.3 300 1 550 | 5,500 5.6 300 1.5 440 | 5280 | 10.3
SVEVZINI Ramping AUAJVINT Helical interpolation & Caleulation of tool pass dia. 21 2319) 350 | — — — — | 350 | 06 | 550 |5500| 3.4 | 350 | 1 440 | 5280 | 69
odc = oDh — o¢Dc 400 - - - - 400 | 0.4 | 550 | 5500| 2.3 | 400 0.6 | 440 | 5280 | 441
¢Dh 150 2.5 950 | 7,600 | 12.4 150 2.5 750 | 7,500 | 154 150 25 | 600 | 7,200 | 18.7
T [ 2% , 8 ) :
/ TeaE T ol (Fcﬁ,i*cm 200 | 2 | 800 |4800| 62 | 200 | 2 | 680 | 6800 | 111 | 200 | 2 | 540 | 6480 | 135
y N 250 1.5 650 | 3,380 83 250 1.5 600 | 6,000 7.4 250 2 480 | 5,760 | 12.0
o I = A FEE300HBLLT | yc7560 2 2 :
%) . .Hgiai@[%?%§<a;b_\\_ﬁi\jcwﬁa}%éap;& Grey & Nodular castiron 300 1 650 | 2,600 1.7 300 1 550 | 5,500 4.5 300 1.5 440 | 5,280 8.2
; - A Dle ccllo GG, GGG _ —_ —_ —_
%_ % / | \ Depth of cut per one circuit should not exceed B(elow 300}.33 350 350 0.6 550 5,500 2.7 350 1 440 5,280 5.5
il o ! _ max. depth of cut ap. 400 = = = = 400 0.4 550 | 5,500 1.8 400 0.6 440 | 5,280 3.3
ﬁ]]T( = \ ,/ @'V \ADEEEABEIES I HYNIEDELS £ : TURS)IVRIHURT Overhung length  a@p : §1IAHZRE Depth of cut 1 : TEBERERRE Spindle speed  Vi: 3XDIREE Feed speed  Pe: IEBRYIHIENFT Net power consumption
— REFETEIDICLTLEE L, 2/2
Down cutting is recommended, so tool pass
\\ rotation should be counterclockwise. TE%#Z(mm) Tool dia.
|
odc WE | FoTHE o 122 ey
Work materials Grades FIEL No. of teeth 7N FIEL No. of teeth 8N FIEL No. of teeth ON
2 ap n Vi P 2 ap n Vi Pe £ ap n Vi Pc
OS5 . AU TE XD e S St = D 7 0% T T TL T A0 (mm) | (mm) | (min") (mm/min) (kW) | (mm) | (mm) | (min™) |(mm/min)| (kW) | (mm) | (mm) | (min™) (mm/min)| (kW)
= . FlrIE o~ 2 (o] ° cCVUlo
In case of ramping and helical interpolation,zappl\ﬁﬂ% or less feed speed from standard cutting condition table. R 150 2 480 6,720 | 21.8 150 2 380 6,080 | 24.7 150 2 300 5,400 | 28.1
ORUUYIINTE (&, 875 105%0 B E R HRERDE0% U T TMIL T E L, (S50C, S55C) 200 | 2 430 |6020] 196 | 200 | 2 340 | 5440 | 221 | 200 | 2 270 | 4860 | 253
In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table. BBE250HBLLT | Jo7560 250 2 380 |5320| 17.3 250 2 300 | 4,800 | 195 250 2 240 | 4,320 | 225
ORVUVIMTIEICE ERULERLWIDSFHRUEDIBENHDET DT R2ICFTDERL TS, Carbon steel 300 1.5 350 | 4900 | 119 300 2 280 | 4,480 | 182 300 2 220 | 3,960 | 20.6
Long consecutive chips may come out in case of drilling, confirm the safe condition sufficiently. Béﬁ:,?,’g:g:m 350 15 350 4900 | 119 350 15 280 | 4480 | 137 350 2 220 3960 | 206
400 1 350 | 4,900 8.0 400 1.5 280 | 4,480 | 13.7 400 1.5 220 | 3,960 | 154
S2EL BT Ramping AYBILRBIIINL Helical interpolation TIN—K 4R ;gg 2 ;”78 gzgg f;g ;gg 2 238 i'ggg 2;2 ;gg 2 228 :’?ig 212
, = A - . BEARYYLS (HPM7,PX5,P20) : : : : - :
7 Tag | EENT ﬁgg;a; BoAlES BAYBAZRS (ap) B/IRE e | W30.36HRC | yoraeo| 250 | 2 | 830 [4620| 172 | 250 | 2 | 260 [4160| 193 | 250 | 2 | 210 | 3780 225
Cat. No. o0 | e Curng s, | Max.depth AEO () | MIBOPHIRSLMM | i o dia Max bore dis. | Max.drilling Mold steel 300 | 15 | 280 | 3920 109 | 300 | 2 230 | 3680 17.1 | 300 | 2 180 | 3240 | 19.3
{mm) of cut (mm) 'V'::é[:f"gi"g WELEL T g:ngth 2 Dh min (mm) Dh max (mm) depth (mm) R 350 | 1.5 | 280 |3920| 109 | 350 | 1.5 | 230 | 3680 128 | 350 | 2 180 | 3240 | 19.3
400 1 280 | 3,920 7.3 400 1.5 230 | 3,680 | 128 400 1.5 180 | 3,240 | 144
EXSKS-"050 50 33.7 3 224' 716 68 96 2 TR 150 | 2 480 |6,720| 21.8 | 150 | 2 380 | 6,080 | 247 | 150 | 2 300 | 5400 | 28.1
EXSKS-*052 52 35.7 3 204" 716 72 100 2 (SKD61ﬂSKD1 1) 200 2 430 | 6,020 | 19.6 200 2 340 | 5,440 | 221 200 2 270 | 4,860 | 25.3
oy 250 2 380 | 5320 | 17.3 250 2 300 | 4,800 | 195 250 2 240 | 4,320 | 22.5
e o FES255HBLIT ’ ’ d
EXSKS-063 &2 piald 2 S R s 122 2 Doaen (207017300 [ 15 | 350 | 4900 | 11.9 | 300 | 2 280 | 4480 | 182 | 300 | 2 220 | 3960 | 20.6
EXSKS-*066 66 49.7 3 2°42' 63.7 100 128 2 (é-:ﬁ)ﬁr;éﬂg) 350 1.5 350 | 4,900 | 11.9 350 1.5 280 | 4,480 | 137 350 2 220 | 3,960 | 20.6
EXSKS-*080 80 63.6 3 2018 747 128 156 > 400 1 350 | 4,900 8.0 400 1.5 280 | 4,480 | 13.7 400 1.5 220 | 3960 | 154
PO 150 25 480 | 6,720 | 21.8 150 25 380 | 6,080 | 24.7 150 2.5 300 | 5,400 | 28.1
EXSKS-"100 100 83.6 3 1742 1011 168 196 2 (FC. FCD) 200 | 25 | 430 |6,020| 196 | 200 | 25 | 340 | 5440 221 | 200 | 25 | 270 | 4,860 | 253
EXSKS-*125 125 108.5 3 1°18' 1322 218 246 2 BBE300HBLLT | yo7560 250 2 380 | 5320 | 13.8 250 2.5 300 | 4,800 | 19.5 250 2.5 240 | 4,320 | 225
EXSKS-*160 160 1435 3 1° 1719 288 316 2 Grey & Nodular castiron 300 2 350 | 4,900 | 12.7 300 2 280 | 4,480 | 14.6 300 2.5 220 | 3,960 | 20.6
: i i Bgffwﬁsgﬂl; 350 | 1.5 | 350 | 4,900 | 96 | 350 | 1.5 | 280 | 4,480 | 109 | 350 | 2 220 | 3960 | 165
400 1 350 | 4,900 6.4 400 1.5 280 | 4,480 | 10.9 400 1.5 220 | 3960 | 12.4
£ : TYRS)VZEHURS Overhung length  @p : YIAHZFES Depth of cut 1 : TELDEHRE Spindle speed  VF: IXDRE Feed speed  Pec: IEBKYIEIENF] Net power consumption
ERLEDFEER Note:
1. LR OB MG BRI S LU T — 7RIS TREC LSV, (LRRIFBBTS0RERILIZT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUVNWHPRELGE R THAHREE EREEL)HERL TSV, HHVEEEEREE TS TEALEE, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
tf:‘.b\1}‘JgPJ@Si'J!‘;E:X?L\zj<7ié}l‘n . ~ . 3 5 *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and Feed speed.
*BHEBBNREDHE IR ETTAARIEERL TN RICNB SO ViE T TEREEL, *4, Use air blow.

417 —TA—IZENGIKTRREMIBE TS TSV HIS IMMCTOFrEF DT TREIVKTRIBISERB LS,
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