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EXSKS Alg|= EXSKS SERIES

oDl QIMER 33t 1 0] 7}

High-feed milling tools with double side inserts which achieve ultimate high-feed machining

e BH A s

T AFoz zx=

Economical double-side insert (6 comers).

ANE PABIS
QIMES LIAF 1VHE 744_0P71I
AR X2dof 2Igt QIMES|

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

&

CiEEY 7=
Dovetail-shaped

Application

M AE21 HZBE=H
P20 | P30 P40 | MO1  M10 | M20 M30 | M40 | K01 | K10 = K20 | K30 | HO1 @ H10 H20

JC8050 | Jcsoso
L Josits | | Jcs118
[ Jc7s60 | [yc7seo]

QUMELE Z M LY S2H0| S48 <ICT560>, Z2BIELOILE SOHRC Ofstel THEXY - 8 7ol 2

J2|1 2 XfFH0| Folh 2xHet LiOtRE0| =2 mats el HEY =2 ME <JC8050>S 2felg MELICh
Adopled 3 insert grades: PVD coated grade "JCT560" improved fracture toughness & heal impact resistance,
PVD coated grade "JC8118" achieved longer tool life for mold steel,

high hardened die steel less than S0HRC & cast iron, And new PVD coated grade *JCBOSD", thal adopled carbide substrate with improved
fracture toughness & coating layer can be widely applied for carbon steel, steel, & stainiess steel.
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EXSKS-05 E}2! EXSKS-05 Efgl
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e 43 Efe) 2EH sli= EY
Endmill type Modular head type

By adopting multi blade specification with small diameter, high-feed machining i possibla

EXSKS-07 Efe] EXSKS-07type

® 32~100 i

2EY = ErR
Modular head type

Adopted specifications which achieved both insert strength and sharpness

Stable high-feed machining is possible

EXSKS-09 EfQl EXSKS-09type
¢ 50~160

A= 2fele)
S 1YY IMER
DHY 10| T1E ks

Lined up holders of big diameter. High-feed machining with bigger depth of cut is possibie by adopling high-rigid inserts with iarger thickness




EXSKS Al2|= EXSKS SERIES
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EXSKS-05 Et

WNMUO050320ZER-PM

MHE : JC8050

?_Ik|§ ?_11_5}7‘" grade  CE118

~N T

WNMU050320ZER-PL

S : Jceos0
grade  jcg118

M3 LIAL XHE! OIME ZEE B4l OIME Yot XA ¢
: ] Focus on insert strength Achieves both insert strengéh and
M3 size screw for firm low Gutting farce
- = L9 .
clamping of inserts

P/G 2 R | mam | aruam
Coner radius for programming Rmains Over cut

MaxAp=1.5mm
+

MZE : JCB050
grade JCB118

AHE LEE BA

Focus on insert strangth

LS "

o

_ R2 | oss || o |
R2.5 o5 J[ o |
H W=4.8 R3 041 | 0.3
EXSKS-07 Ef
WNMU070620ZER-PM ( WNMUO070620ZER-PL

X E - JCBOSO
grade JC8118

OIME ZEot MY oY
Achieves both insert strength and
low cutting force

@ it
o . Coner radius for programming Rmains QOver cut
& MaxAp=2mm .

R3 | 0.80 0o |
H R3.5 0.73 0.06 |
' R4 I 0.68 0.21 |
e ' W=8.1 I |
(o]
EXSKS-09 Ei¢&!
4 \(
WNMUO090720ZER-PM WNMUO090828ZER-PL
IZ : JCBOS0 TZE : JCBOSO
grade JC8118 grade JCB118
JC7560
MaxAp=3mm ap=0.6mm~12mme| =3 Jt&5 59| A
ZM 9l ROl EE MAL SO 4R
ap=1.4mmo|&e| ™M Jt5 9l HAM HSlo| HIES Z0] oMol J[Zat
A JHE S9| Al 10| XX 5 g shape rmillary
L

v

P
Over cut

1.41 ||

- .1
PM insert PL insert P/G 2l R o
Coner radius for programmin mains
MaxAp=3mm (2mm) | R - |

o [ res ] 13 |

o |

W=8.2 | R4 IEEET

0.025 |
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Eéll-*o-I O Cutting performance
05 EI®] o05type

171 A0 2 F
37 8 H|1 100l life comparison
—4— DAKKHZ1) —d— DAHIE?) == MEX05(JC8118) N
Competitor D (Grade 1) Competitor D (Grade 2) 4 AT - suUSs420J2
Matenal Mold steel (P20)
0.3
o 3TEY - ¢ 25 (mex-3025-05-m12)
Tool dia

s 025 ® OIME : WNMUOS0320ZER-PM
§ insert grade (JCca118)

-

[ =

(1]

£ 02 o BURA - Ve=120m/min
'E'é _utting conditions fz=1.5mm/t

ap=0.8mm

E 0.15 ae=14mm

E

EI_T 0.1 «DOWN CUT, srezA

= OO EZS Ardlow

i o1d 71B HAE

= 005 Test by one insert

Hi S
=

i 0

0 50 100 150 200
7+ Z0| (m) Cutting length

I N SN T

DAL THE(D) EXSKS-05 Efole
Competitor D (D). AH[QIZAZ 110|& T150(M

%2 opmet

DAt XHE(®@) =
Competitar D (2) |, % . -
EXSKS-05 type achieved
DIJET small wear and long tool life
WNMUD50320 in stainless steel
ZER-PM{JCB118) high feed machining!

o= QIst ® MY W
Xk H

=A| OFE g

oz &

3
Peripheral groove prevented
body rubbing!

Large chip pocket achieved
excellent chip removal

QKEOl QT Al B E -, S oIF & 813
: (O5EF) Not peripheral
Normal Indexable chip pocket Peripheral groove groove
=




SO CIPNEES EXSKS SERIES

-1 A0 2 M
T ‘I‘c::! Hld-_l'— Tool life comparison

w— DAl SSHIE ympatilor — —
DAt SSHIZE Competitor D DUET DA - pxs
Matenal Mold steel (P20)
06 110m A1+ A8 DAl e
|:||-EI_ a-III:! Machine Vertical MC
5 05| (NG) e STHE ;. ¢ 32 mexzoazorme
£ Tool dia.
= Large wegr e 2IME : WNMUOT0620ZER-PM
Eﬂ DIJ ET Insert grade (JCa118]
% 04 | o BMZA
g Cutting ¢ -onditions Y€=200m/min
— 120m fz=1.5mm/t
£ ap=1.5mm
E 03} - 1 : L - HatOrg ae=22mm
o A
= Jt 7 L N s
il e |eup s pown cutsE R N
DI 0.2 OOIS2L A biow
rr - el
70 Normal wear * 1;57% Eﬂﬁ%
Hln {Sﬁ” able to \ est by one insert
BT 04| S continue)
IC"—"]"J 10| 7HBOIME
0 MAF OO 2 Jl2 Jl=
0 20 40 60 80 100 120 oo DI-—‘—-‘— 7|'° 7|-°
7k ZO| (M) Cutiing length y .
Possible to process with
normal wear even in high
feed milling.
S = . .
I‘lI‘I%!‘ PL ?_*1591 =Jct>| The feature of low cutting force PL insert

PM QIME

(=)
>

[¥ ,I’ ALK l‘\.'wm; S50C Carbon steel (C50)
EXSKSO5ErQiel =& xgH(E) e Z1XA Tooldia : $20
50/0 e MAFZA Cutlung conditions
I Ve=180m/min fz=1.0mmit
z ap=0.8mm ae=14mm
PLOIME e 5lEF Hi LR OOIE2R A blow
P insert '\ﬂ'é’ I3 HIAE  Test by one insert 3
B xetof

PMOLME
M iresart

—_

379| npm

Thanks to low cutting force geometory,
heat generation is reduced. That causes
to slow down the tool wear.




EXSKS-05 Et+¢ EXSKS-05 type

I‘"%7H_9_ Line up
05 Ete
Q Ho|AZ

Facemill type

05 type
Ef e 2HE =

Through coolant hole

o
Q
=
] LE|lz~
0 %i-ll Body
X|4=(mm)  Dimensions
E| .
8 & v Mo | g ofstg HE 2
i Cat. No Stock | No. of { pex | Lr DCB [DCCB| KWW | KDP |CBOP Set bolt
EXSKS-5040R05-16 | @ 5 40 | 45 | 35 | 16 | 135 | 84| 58 | 19 M8 025
| SII0EE [ 1
E | EXSKS-7050R0522 | @ 7 50 | 50 | 40 | 22 | 165 | 104 | 63 | 20 M10 ‘“‘41",?— 0.39
B Usaz) |
] : 1 WNMU050320
;’g EXSKS-T052R0522 | @ 7 52 | 50 | 40 | 22 | 165 | 104 | 83 | 20 M10 0.41 ZER-**
EXSKS-8063R0522 | @ 8 63 | 50 | 48 | 22 |17 | 104 | 63 | 20 M10 0.65 |
® TOI THIE v o
o) 1. =0 eIMEL Z3tsiof K| YALICH
2. ol il ZRSP) x| YSLICHEN. HZ Pars
i e pmddednpameli-bpbabariy Sam LA 2X| Wrench
Clamp screw (=04 net be inchided)
TSW-307H A-10
SHZ LA} HE EZ(N-m)
Clamp screw torque
TSW-307H 2.1
LHZ40| Flofh ZQIst ol GN B X2IS Xgsto] EM FE 65HRC Ole] NZES AMSIFSLICL & #o| Zskn Z4o| Eo0, 24 7y L
BT +US JIE O] 30% Ol4 SFMAZIBLICL 7ttt 7kE ZZ0IME 9128 walsto], H(EUIR) 8% U = YMS ot 2apt UBLIC

Adopted GN surface-hardening lreatment on thermal resislani high strength siee! gives high hardness over 65HRC and secure insert pockel and holder against

tharmal deformation. improved body durability and tool life by 30%

anti-welding effect is much improved

or more. Make it difficull to be damaged even undar sevare cutting conditions. Also rust-proof and
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05 Efe 05 type

Q@ 43 Ef
End Mill type

Fig.1

® 2HE =

Through coolant hole

— DN

DCON

LU

LF

20

130

18

LU

DCON

,.,h
BHTA

LH

LF

e | 2 20 | 50 1* 20 1
e | 2 20 | 20 | 80 | 160 | 18 | 05 | 20 1
e | 2 21 | 20 | 50 [ 130 | 18 | 1" 20 |
e | 2 21 | 20 | B0 | 160 | 18 | 05" | 20 1
® | 3 25 | 26 | B0 | 140 | 23 | T 25 1
e |3 25 | 25 (100 | 180 | 23 | 05" | 25 1
e | 3 26 | 25 | 60 | 140 | 23 | 1° 25 1
e |3 26 | 25 | 100 | 180 | 23 | 05° | 25 1
e | 4 32 | 30 | 70 [ 150 | 29 | 15" | 32 1
e | 4 32 | 30 [ 120 | 200 | 29 | 05 | 32 1
e | 4 33 | 30 | 70 | 150 | 29 | 15 | 32 2
e | 4 33 | 30 (120 | 200 | 29 | 0§ | 32 2

WNMUDS0320ZER-**

TSW-307H

A-10

L D‘Ilola‘l XHJ_'_% Standard stock lfnma
Fol) 1. 2Hof AMEE ZHE0] UX| QFELIC
=Aof] #iXli= ZEof UX| BEELICHE0H).
3 BE BA IS 20HOINE MESHAS.
Note) 1. All cutters are supplied withou! insers
2. Al cutlors and supplind withowl wronch
3 Plsade soo poge 29 lar mecammanded Cutting condiion

~

TSW-307TH




EXSKS-05 E}¢ EXSKS-05 type

I‘"%7H_.c_)._ Line up

9 Z=d = EY
Modular head type

G-Body,

05 Erel

05 type

e =TE

Through coolan! hole

=
=

DCSFMS

iﬂl?_lali

A

FEEES 712
K|2=(mm) Dimensions 5 Pars
o | tS M= SUIZ LEA HIX] Wrench
&1 B 2T insers = il i
Cal Clamp screw {0t et be inchuded)
Cat No Stock DCX | LF h:mn Mo | c | w ﬁ ?5
MEX-2020-05-M10 | ® | 2 | 20 | 30 | 18 |M10 14
MEX-2021-05-M10 | @ | 2 | 21 | 30 | 18 | M10 14
@) MEX-2025:05-M12 | ® | 2 | 25 | 35 | 23 [mrz| 1 | 19
MEX-3025-05-M12 | ® | 3 | 25 | 35 | 23 [m12| 11 | 19
MEX-3026-05-M12 | ® | 3 | 26 | 35 | 23 |miz| 11 | 19
MEX-3028-05-M12 [ ] 3 28 | 28 | 23 | m12| 1 19
: WNMUD50320ZER-** TSW-307H A-10
MEX-4030-05-M16 | ® | 4 | 30 | 43 | 27 [m16]| 12 | 22
@ MEX-3032-05-M16 | ® | 3 | 32 | 43 | 20 M6 | 12 | 22
MEX-4032-05-M16 | @ | 4 | 32 | 43 | 20 |M16| 12 | 22
MEX-4033-05-M16 | @ | 4 | 33 | 43 | 20 |mi16| 12 | 22
MEX-4035-05-M16 | ® 35 | 43 | 20 |mie| 12 | 22
MEX-5040-05-M16 @ | 5|40 | 43 | 32 |m18| 14 | 26
® 007 TYTE
ST Lpt A E3N-m)
0] 1. 2Ho| QIMES ZeiE(of UK QAL Clamp screw ded lorque
2. 20| K| ZetElof QX YALICH),
i1, Al cufisn o i o TSW-307H 2.1
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05 Erd 05 type

Qg 2INME
Insert

Fig.2

@ : HO|7 X OE Seantin wiock tnms

Z9]) 1. 3t AHOo|A0f 107HYARLICE.
Hote |1 10 mssrs per cace

o QIME Aol Chsto]
MEOICH QIME 79 Zo| 0p=7t CHELICY,

Each grade shows different mark around the hole for tool

proof.




EXSKS-05 Etg EXSKS SERIES

Q =7 43
MSN Carbide shank arbor

«HEY M3 EQ End mil shank ype |soigg) @ 2EHIO|E OFF EFR staignt arbor type .
« ZHE = Thiough codlant hole. @ VS BT PG Fornighpoducivy - © SHE Z Through coolant hole @ 11587 |5 For high productivit

2eE 1Y
Comui fuve e Fig2 q L maat e

18 130 0.42

® | 20| 20| 80[195] - 029/ 1 °

® | 20| 40| 100/195] - 039 1 ® | 18 | 19 0.62

® | 20| 70/130[185] - 050| 1 ® | 18 | 240 0.89

® | 20| 90| 150[195] - 060 1 ®| w | 20 | o | , |09

® | 20 | 140/ 200(195| - 080 1 ® | 20 | 130 0.53

® | 20 | 160/ 220(195| - |m10| 4 [087] 1 ® | 20 | 190 078

® | 20 | 210/ 270195 - 107| 1 ® | 20 | 25 1.02

® [ 20| 40]100[185 0% 039| 2 ®| 20 [ 2r0 113

® | 20 | 90| 150185019 058| 2 ®| = 185 0.98

@ | 20 | 140 200185 |0"12 077 2 ® | 23 | 265 142

® | 25| 85 161|185/ 2* 09| 2 ® | 24 | 185 1.07
| @ 25| 25] %024 | - 053] 1 ®| 24 | 25 | | 4 1.54
| ® | 25| s5{ 12024 | - 0r2| 1 ® | 25 | 145 0.91
|® |25 70[135/24 | - 081 1 ®| 25 | 215 1.36

® | 25105/ 170]24 | - 103 1 ® | 25 | 285 1.80

® | 25[135/215/24 | - [m12| & [1.30] 1 ® | 25 | 30 2.06

® | 25155/220(24 | - 1.34] 1 ® | 28 | 160 1.22

@® | 32 | 200| 265|235 - 158| 2 ® | 28 230 1.77

® | 32 255/320(29 | - 191 1 ®| 22 | 310 2.41

® | 32100/ 18020 | 2 161 1 ® | 28 | 380 297

® 32| 25 90f29 | - 085| 1 ® | 32 | 157 | M6 | 8 161

® | 32| 55/120[29 | - 1.13] 1 ®| 3 | 217 2.22

® 32| 77|157|28 | - 147 1 ® | 32 | 27 294

® 32| or|177|29 | - 164 1 ® | 32 | 37 3.66

® | 32 [105/170(20 | - 159 1 : ® | 3 | 380 398
| @ | 32 | 127|207 |29 - 189 1 ®: 00| MIZ  Siandard siock fems

® | 32155/220(29 | - 204 1

® | 32 177|257 - 232) 1

@ | 32 |195/260{29 | - |M16| 8 |240| 1 A7 A3 ot o|Bo2

® | 32(25/200[20 | - 257| 1 (MSA Ef} U A30) CiefiAs CHS QRISE AZHef FHI2

Pleane scan the folkwing GRt code for the other arbaor

® | 32 |245|310|29 - 274 1 (MSA bypa inbegrated carbide shark)

® | 32205/360/29 | - 317 1

® | 32 315/380(29 | - 334 1

® | 32| nr|1er|20 o'’ 188] 2

® | 32 |127] 20729 [0'%0 223 2

® | 32]|177|257|28 028 278 2

® | 32[197[277]20 o' 300| 2

e |]'||0|9-| IH:’.% Standaid stock dsms
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EXSKS SERIES

Cutting data

05 type

1.Machining on Carbon steel

A I Resunt

2 ISUME Y OiEZ 7t8 7ts

Possible to process with normal wear

even in pocket milling.

2. AH|QIZ|AZ THS AfH|

%% ?Elol Overhung length @ 152.4mm

AHQIZ|AZ THESUME 6022t 7HS 7HSOHH,

SEZ0| L/D=622
Stainless steel can be machined in 60 minutes.
Even the overhung length (L/D=6), it can be machined smoothly.

Z20= DA 7tsE

BE  Part name

HAE TOA T esl prece

2.Machining on Stainless steal

TARK  work THE Matsrial EFAZH(1018) Carbion st
4= Hardness -
S Yool No MEX-3025-05-M12
ST Tool =
OINES inssiNo| WNMUOS0320ZER-PM(JCB118)
mARA T fi 2000 (min") »
Gutfing speed. | /g 157 (m/min}
oazz |V 5,600 (mm/min)
SHT — . i
=A speed gy 0.93 (mmn)
Cutting conditions
ap 0.762 (mm)
=1 15.24 (mm)
SUE Coolam Q|2 00  Airfextemnal)
ARBI|A Mactine | =XE OAILMIE (Vertical MC)
5089
HAE  Part name 2= Parts
TAXH work | XHE!  Matenal AH|QIZ|AZH(SUS630) Siaiess slon
BE  Hardness -
o e Tool Na. MEX-3025-05-M12
e N |
o T Toul
OIMESIE et o | WNMUOS0320ZER-PM(JCE118)
FAAPA T n 1.719 (min™)
=255 Hos B e T T
Cuting Ve 137 (m/min)
olaas W 6,985 {mm#mnp)
= fosimeed | o 1.35 (mmat)
Cutting conditions
ap 0.762 (mm)
ae 12.7 (mm)

2|2 0lo]  Alr{extemal)

2y MAGHIE (Vertical MC)

5102
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OSER o5
Z2 2 Al T Y FO xosErel Arg Al
Definition of corner shape for programming(in case of using 05 type)

EEIE AR | ode kggmm) | 2EAR(
froge wmey Rgrnams Crver o
R20 0.59 0
R2.5(7| 2 standard) 0.5 0
: ‘?;\3 R3.0 0.41 0.13
% (mm)

TR0 JFE Al FOIAFEE  Attention for profile milling  * BTER 4B HY Coni i o

¢dc = é#Dh — Dc

.
I

A JFE Ramping dz2|Z J}Z Helical interpolation 3742 AY RSP
L Tool pass dia Bore dia Toaol dia
1 $Dh o B HITIE HY 20t Aoh Y 20| apS
| XIPSHA| UEE SHINL
Depth of cut par one circult should not exceed
max. deplh of cul ap
[_ Q P o STIAC] BT Wt Sjt W0l T
| = [ AP BICY SO SHIAIR.
TR rr .,::‘ ‘| i [l T Down cutling I8 rec 3, 80 ool pass
r-F ; rotation should be ¢ Ckwiso
Ho N\ [~ N = ) o P
o a « d2[Z JtS Al FET HEHEE HoqH,
¢ = N Aol HAE HEYS(EY DIEAR)S
- HZ 713 AR T Tt UsLich
To obtain a flat bottom surface wher midling
ﬁdc W requires to e “tha uncul part” in the center of tha work
material al a final pass
© W Y WA JHB A= Ol5 SEE BFE T4 ZUES| 70% O[5} IHE FHAIL.
In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
© £ 1B Abls = W 03 458 EF T4 ZUES| 50% SR T1Bsh FHAIL.
In case of drilling, apply 50% or less Z axis feed speed from standard cutting condition table.
© EZY 7tF Aoz o&E 71 Ho| € £ U2 oHHo| &S| FolshAR.
Long consecutive chips may come out in case of drilling, confirm the safe condition suffciently.
WNMU050320ZER-PM/MWNMUOS50320ZER-PL
2 7t Ramping H2|H 73 Hobeal intorpolation
2125A Gl 2k X|CH X0l 21
3 BTHE | JloxzE mezoiap L, 2 A0 EY 201 (ap) | BETY | gy | BETY | A
Cat No. e e | i | BATZEE 6 (S)| 748 A B4 o) L (mm) | HAR | g S| BRI |EBRIZ0):Z
o {mm) ofcut (mm) | Max ramping Total cutting lengih at Min, bore dia. | ™™= 1O | Max. bore . | s, geiling depin
! angle 8 Max. 3 D men () | OB i fram)| D max: )
EXSKS-"020/MEX-*020 20 10 15 28 3 28 k1l 36 0.4
EXSKS-‘021/MEX-'021| 21 1 15 26 3 30 3 38 04
Ems-'musx-'ou 25 15 15 18 48 a8 a1 48 0.4
EXSKS-'026/MEX-"026| 26 18 15 17 51 40 Q 43 04
EXSKS-'028/MEX-"028| 28 18 15 15 58 44 47 52 04
MEX-"030 30 20 15 13 67 48 51 56 04
EXSKS-"032/MEX-"032 32 22 15 12 72 52 55 60 0.4
EXSKS-'033(MEX-"033| 33 23 15 11 79 54 57 62 04
MEX-"035 35 25 15 1 886 58 61 66 04
EXSKS-"040/MEX-"040( 40 a0 15 08 108 68 7 76 04
EXSKS-*050 50 40 15 06 144 88 91 96 04
EXSKS-"052 52 2 15 06 144 92 95 100 04
EXSKS-*063 63 53 1.5 05 172 114 17 122 04




EXSKS-05 E}¢l EXSKS-05 type

LI AFX D
o a1 ! Recommended cutting conditions
05 EF2 05 type
. ol ol S -
QY=Y &3 EtY EXSKS-05 End mill type (EXSKS-05 type)
STHAZ(mm) Tool g
Ay i GME 20021 25/26
Work matenats ,_:ﬂ:u S 2 o of testn 2N S 2 o ot tesin 3N
£ ap 3o n Vi £ ap e n Ve
| (mm) | (mm) | (mm) | (min") | (mmimin) | (mm) | (mm) | (mm) | (min®) | (mmimin)
EFAZH(S50C, S55C) JC8050 ~60 07 | ~9 | 3180 7,630 ~70 0.7 ~14 2,550 9,180
= o[3 =
O ZOHB 010 ¢ (4C8118) [so~100 | 06 ~9 3180 | 7.000 | 70~120 | 06 ~14 2550 | 8420
ST (SKD61, sOKDﬂ) i JCBOSO ~80 | 07 ~9 2,860 6,860 ~70 0.7 ~14 2,290 8,240
e I T | o8 ~9 2860 | 6290 |70~120| 06 ~14 2290 | 7.560
=Z2|6FEZ(HPM7, PX5, P20) | jcs118 ~60 | 08 | ~0 2,860 | 6,860 ~70 0.6 ~14 2,290 8.240
= o~ +
Mo T o RE el (UCB0S0) (60100 | 05 ~9 2860 | 6200 |70~120| 05 ~14 2200 | 7.560
uEIob—’ J(NAK8O, HPM1, P21} jcst1s ~60 05 ~9 2070 | 4,140 ~70 05 ~14 1660 | 4,980
kel Tt égif'&cw. (JCBO0S0) | go~100 | 04 ~9 2070 | 3310 |70~120 | 04 ~14 1660 | 3980
%Iiﬂ%’(SKD61, DAC, DHA) P ~B60 05 ~9 1590 | 2,540 ~70 0.5 ~14 1,270 3,050
| ~ R T 1
m;;‘%&%gﬁcm 60~100 0.4 ~9 1,590 2,540 | 70~120 0.4 ~14 1.270 3,050
x::(()F%%(gB i Jcsiis ~60 | 08 ~9 3180 | 8,900 ~70 0.8 ~14 2550 | 10,710
o (GG2s) Jeo~peons | WOBOS0) | g5q00 | 07 ~9 3180 | 7.630 | 70~120 | 07 ~14 | 2550 | 9180
SEf ]’-‘;’f(gggggo) i Jcs1e ~60 08 | ~9 | 280 | 6,860 ~70 08 ~14 2,290 | 8240
Nocer ot oo (G060 ii0~pei 9CBOS0) | go~q00 | 07 | ~9 | 2860 | 6200 |70~120| 07 ~14 2290 | 7.560
QAH|LIO[EA| AH|QI2|AZ ! ~60 0.6 ~G 2,390 4,780 ~70 06 ~14 1,910 5,730
S e A n ) 60~100 | 05 ~9 2390 | 4300 |70~120| o5 ~14 1910 | 5,160
OFZHIAO|EA AHRIZ|AZ & jca118 ~80 07 ~9 2710 | 6.500 ~70 0.7 ~14 2,160 7,780
(SUS403, 42012, 430) ‘2,2’31' (JCB0S0) | go~100 | 08 | ~9 2710 | 6500 |70~120 | 06 ~14 2160 | 7.780

bl

verhung lent = alss o xial depth of cut ae:ttZ Bis o adial depth of cut n: &+ 2™ £E Spindle spee S = eed spee
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Ete

EXSKS-05< End mill type (EXSKS-05 type)

9,550

90~140 0.6 ~20 1,990 8,760
~00 07 ~20 1,790 8,590
90~140 06 ~20 1,780 7.880
~90 06 ~20 1.790 8,590
90~140 0.5 ~20 1,790 7.880
~90 05 ~20 1.290 5,160
90~ 140 04 ~20 1.290 4,130
~90 0.5 ~20 990 3170
90~140 04 ~20 990 3170
~90 08 ~20 1.980 11.140
90~140 0.7 ~20 1,990 9,550
~90 08 ~20 1.790 8.590
90~140 0.7 ~20 1,790 7.880
~90 0.6 ~20 1,490 5,960
90~140 05 ~20 1490 5360
~90 0.7 ~20 1,690 8,110
90~140 06 ~20 1,690 8,110
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"6"11:-‘::-:}-1’1#5&# DIJET INDUSTRIAL CO., LTD.

S # T547-0002 KIEFEHEMEW2TH I H 185
TEL. 06(6791)6781 €3 FAX. 06(6793)1221
Headquartars 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

15014001
Phone: B1-8-6791-6781 Fax: B1-6-6793-1221 :

EREEE(WMEER N BAEEDN(AKRXSN
T221-0835 WRIIREEHSRISMME 2 TH 26 ®i04 W I REALIL 5 T547-0002 XIRHFHENRE2TH | #1849
TEL 045(290)5100 FAX. 045(312)0066 TEL.06(6794)0216 FAX. 06(6794)0217

| Bl b ¢4 BESMER
T313-0818 BEMABRT/NERE 614 Wi T132-0053 CRATHEESERN 2/ 108 YILER IS
TEL 0276(45)8588 FAX. 0276146) 7446 TEL 082(536)3712 FAX. 082(536)3742
BlEx2 42 BELUSD 4 R
TO63-0852 WEMENKFENBS TR 2@ 3% TH30—8096 WML AR 17T H 208 REW=t)1-B
TEL. 022(268)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX. 076(425)5187
METGTHEEEERERR BRAE
T466—004 RHMHMAEHARN | THE WS 2 T 0L BEN IF T547-0002 XKETEHENMEW2TEH I &I188
TEL. 06(7223)8565 FAX. 06(7223)8566

TEL. 052(851)5500 FAX. 052(851)8311
TEL 06(6791)6781 FAX. 06(6793)1221

BF i T B THMI-0002 XEWEHEMRK2TE 18188
" TEL. 0595(52)2800 FAX. 0595(52)2841

W¥E®RF T518-0206 ZWRPRBPEE 15814
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MDUET GmbH (Europe) MDLET INDUSTRIAL CO., LTD. (Chengdu Difice)
Immarmannstr.9 40210 Dusseldor, Germany Rm 1-302, No.27 Dongfeng Road, Jinjlang District, Chengdu, 610065, China
Phone, 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

WMDUET INDUSTRIAL CO,, LTD. (Bangkok Representative Office) MDIJET INDUSTRIAL CO., LTD. (Wuhan Otfice)

899 Srinakarindr Road, Modemform Tower 15th Floor, Kweang Suanluang  B-25183, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China

Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, B259 Fax. 66-2-722-8260 Phone. B6-27-8773-8919  Fax. 86-27-8773-8959
DIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)

WDUET INDUSTRIAL CO,, LTD. (Shanghai Representative Offica)
Room No.712 Tomson Commercial Bullding.. 710 Dongfang Rd.. 305, Mahant Chambers Piol No. 315, Road No, 34, Wagle Estate
Shanghal 200122, China MIDC Industrial Area, Thane (W) 400604, India

Phone, 91-22-4012-1231  Fax, 91-22-4024-0919

Phone. 86-21-5058-1608 Fax. 86-21-5058-1699
MDUET INDUSTRIAL CO., LTD. (Guandong Representative Office) MDIET Incorporated (U.S.A.)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, Ml 48170 U.S.A.
Phone. 1-734-454-9100  Fax. 1-734-454-9395

Guangdong Provence 523850, China
Phone. 86-T69-8188-6001 Fax. 86-769-8188-6608
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SUY (TORM, BAFXLEYHIZTERCLESL, R, SERROREHA—EZEMCEEL,
WARNING: *Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first

*Cutting tools may fragmen! in use. Wear aye prolection in the vicinily of thair operation

OIR{tHRL, BADLOFEL(RETI LHBYET, Specification shall be changed without notice
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