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

S5 FILIAS (ap) BASMMT
1HE=biEbfz=2mm/tDEED I I rarse.
Possible to high feed machining on fz=2mm/t in case of Max. depth of cut (ap)= 3mm.

FyvJEMEERATTEET
6d—7 crEm.

Economical double-side insert (6 corners).

FvIBEH7.5mmTCEEREIT
PEREEE 1 .5 =m.

Insert thickness: 7.5mm improved strength

by 1.5 times compared with conventional tool.

Fw IEJ+7.5mm Insert thickness: 7.5mm
FvTHRENIUEFRIRD .
RUIARTFvIHEZNLE. EHBES.

Due to wedge-shaped binding face of insert,
only single screw clamp prevents movement of inserts &
with changing corner of inserts easily.
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High Rigid
G-Body
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PVDI—54 2 J#E<JC7560><JC8118>D2MIEICKD.
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2insert grades “JC7560 “ & “JC8118 “

can be widely applied from general &

mold steel to high hardened die steel & Ehi

, TU\—R 2 (38HRCIU L), —figsl. 7UI\—R 8 (36HRCLLT).
stainless stee ' AN (SOHRCILT) (1% 257U AGICIE
Jcs118 JC7560

For mold steel more than 38HRC & For general, mold steel less than 36HRC &
high hardened die steel less than 50HRC. stainless steel.

fERS%EES i H =EEit

1SO HO1 H10 = H20

AR
Applicable
range

—
Fv 7 IFMRESECHAFEE(CEBNPVDI—7T 12 J11E<JC7560> B KU TU/\—RVH#iP®50HRCUI T D
SEEMINIICBVWCRERZRITTDFHPVDI—TVIMIEICE1 18> %A,
<JC7560><JC81 18>D2t 1 &lC kD, —fizHiHns TV \—R /i, StEEM- AT /L AHiE CHaL L WEIM (SR T §E.
Adopted PVD coated grade “JC7560" improved fracture toughness & heat impact resistance, and new PVD coated grade “JC8118” for mold steel &
high hardened die steel less than 50HRC. Both grades achieved longer tool life.
2 insert grades “JC7560 “ & “JC8118 “ can be widely applied from general & mold steel to high hardened die steel & stainless steel.

\ g
L/D=6L EODRWVWEZHUTHZELEEZXED I IH A EE,

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

SVEVIBRONUAIVIIITICBEN. FEERIEINT v NI A A B,
Excellent in ramping and helical interpolation, and possible to high efficient pocket milling.
XDYIBRPBI TS VEVIAEI T THILARE.

*Possible to Max. ramping angle 3° in case of using ¢63mm facemill.
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Cutting force comparison
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Tool life comparison

ﬂﬂ:ﬁfgﬁi (mm) Flank wear
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#Hl#:S50C
Material C50
Q@I ERE: ¢63mm
Tool dia.
(Fw THZE Insert No. :
WNMUO90720ZER-PM(JC7560))
@LIHISRM
Cutting conditions :
Vc=150m/min, fz=1.5mm/t,
ap=1.5mm, ae=40mm

J

Hw ¥)51E!

Compared with conventional grade,
JC8118 achieved 5 times longer tool life.

#Hl#: SKD61 (45HRC)
Material 1.2344 (45HRC)
Q@I ERE: ¢63mm
Tool dia.
(F v THE Insert No. :
WNMUO90720ZER-PM(JC8118))
@LTHISRM
Cutting conditions :
Vc=80m/min, fz=1.0mm/t,
ap=1.0mm, ae=45mm

TNICTHIL Test by one insert.

20X 7Y I Cross cutting.
RS Dry
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Facemill type

G-Body;

Q AKI{E Body

OFig.1 J—5VRNDE

Through coolant hole
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OFig.2 J—S5hNNIFL

Without coolant hole
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OFig.3 J—SURhNDE

Through coolant hole

¢ Db

¢d

<2

—

o I

Lf

R2

7 —INEtyRIVNAREL

Set bolt built into the cutter body

~ti& (mm) Dimensions
4 MIEFvT
{ 4 & - Eg Inserts
7 iz TE | I T—INEybRIVE ke) | Fig
5 | (CGatNoo o pStock Mool gpe | i | eDb | 6d | 6ot | @ | b | 2 L Weight /O
T
EXSKS-4050R | @ 4 50 | 55 40 |22225| 96| 84| 5 19 | M10X1.5x25% 0.4 3
7| EXSKS5063R | ® | 5 | 63| 50 | 48 |22225( 17 | 84| 5 | 20 A YR
_ 7 (JIS#HE) WNMU090720
S 1 | EXSKS-6080R | ® | 6 80| 70 | 65 (3175 | 26 | 127 | 8 | 32 M16 Hfjé’ capzcrz}w 1.3 | 1 ZER-PM
< standari
@
% ; EXSKS-7100R | @ 7 100 | 70 70 |31.75 | 26 127 | 8 32 M16 2.0 2
¢f
X | EXSKS-8125R | @ 8 125 | 63 100 |381 60 159 | 10 35 M20 771Z7-1\B| 3.0 2 i
555 THI e
EXSKS-9160R | @ 9 160 | 63 100 |50.8 75 19 11 43 M24 Clamp bolt 4.2 2 Parts
EXSKS4050R22| ® | 4 | 50 | 55 | 40 |22 96| 104 | 63| 19 | MIOX15x25% 03 3 | 455740 Clampscrew
EXSKS-4052R22 | @ 4 52 | 50 40 |22 17 104 | 63| 20 M10 AarmEfs| 04 1 @
(JIS#)
N EXSKS-5063R22 | @ 5 63 | 50 48 |22 17 104 | 63| 20 M10 Head cap screw 0.5 1
=7 | EXSKSS063R27| ® | 5 | 63| 50 | 48 |27 20 | 124 | 7 | 22 |Mi2x1.75x30%| USstnderd) | g5 | 4 CSW-513H
‘23_ EXSKS-5066R27 | @ 5 66 | 50 48 |27 20 124 | 7 22 | M12x1.75x30* 0.5 1 L>F Wrench
o
© 1| EXSKSG0B0R27 | ® | 6 | 80 | 55 | 65 |27 |37 |124| 7 | 22 M12 09 | 2 \S
EXSKS-7100R-32 | @ 7 100 55 85 |32 45 14.4 8 32 M16 774A7-1’A| 1.7 2 ‘/
IV TRIN
EXSKS8125R40| ® | 8 | 125 | 55 | 100 |40 | 60 |164| 9 | 35 M20 Campbolt | 27 | 2
A-20
EXSKS-9160R-40 | @ 9 160 | 55 100 |40 85 164 | 9 35 M20 3.9 2
@ A—H—FEEEM Standard stock items
) 1. AEICF VI FHAATHDE B Ao Note)l. All cutters are supplied without inserts. 75Tl HEIEN LY (N.m)
) 2. K ENIZ Y1 IEED 8. 77—/ Y MRIVNEBLTEDE T ZOMICDOEXL TS, 77—/ EEDOMHBRIVNESEREE L. Clamp screw Recommended torque
Note) 2.% 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. CSW-513H 55

MHEEICEN TR H 4 +REDOGNUE(IC KD REES65HRCHU EEFEED DRER RS T AAMA S KO T EHH
ENERmEE30%LL E7 Y T BEIF I TSRECE RN EFRELET T TBIC UID K TDRE EORLEZIH T IHNRBEHOET

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
Cffect is much improved.
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Tem Bt &
QHFvT

Line up

%E@

PVDI—F71>%
PVD coated

~ti% (mm) Dimensions

Tolerance Jcsiis

JC7560| A T B le

M [

[ J 14 1766(194| 2

Insert
i3
Cat. No.
WNMU090720ZER-PM

JC8118 JC7560

1"] I $ 19'] Cutting data

® TUN—RVEDEED NI 1. High feed machining on mold steel
FKESTIIL surface roughing

@ A—F—TEFER Standard stock items

17— 10fBADTY, 10inserts per case.

FHANTAHL Work

ZFR Partname

FrET1T R Cavity mold

#HHIA Material

TN=RUAR (BAAIE) Mold steel (heat-treated)

FEX Hardness

30-34HRC

T8 Tool

& Tool No.

EXSKS-7100R

F T Insert No.

WNMUOQ90720ZER-PM (JC7560)

IEEE)M@BE%I;ZTZI\O SHIFTROHN2.4E0T)DTH

e

Cutting conditions

= (Q=756cm3/min) ZER,, 8077 I ILFv T IERESE,

Achieved high metal removal rate (Q=756cm*/min) by 2.4 times compared with conventional
tool. And showed normal wear after 80min.(machining at Max. main spindle load)

s n in’
{:]Jﬁlhifﬁ 325 (min")
Cutting speed Ve 102 (m/min)

g M 3980  (mm/min)
Feed speed fz 1.75 (mm/1)
ap 25 (mm)
e 76 (mm)
J—22h Coolant #5\ Dy

{E FA#ERE Machine ILFEMC (24Kw) Vertical MC(24Kw)
@ SHHFEESEEPIN T OEEDINTESG 2. High feed machining on die structure part
FEFIMI face roughing
Z¥5 Partname £BEESER Die structure part
AT AERL Work HIAE Material FC350 G635
FEX Hardness —
5 Tool No. EXSKS-6080R
T8 Tool
Fy T InsertNo | WNMUO90720ZER-PM (JC7560)
ﬂJﬁlﬁil’E n 500  (min")
Cutting speed Ve 125 (m/min)
ZZH X Overhung length : 220mm SEV)EE Vi 5,000 (mm/min)
£t Feedspeed ) f 1.66 (mm/t)
o : = pud ap 3 (mm)
CUDBLAL—RAEI L. DHEICH L. IO FHHE . o
.I 91l:l\ % .I S{ﬂﬁéﬁio BH%FQDDIZ#TLO ° mm
No chatter very smooth cutting. Achieved high metal removal rate by 1.9 times and 9—2>b Coolant 873K Dry

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

{EFEM Machine

PAFSMC Double column type MC
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7|:|7“5 L\‘f’EJﬂZJ:U):I —Tﬁquiﬁ Definition of corner shape for programming

OVER cyt

R3.0 0 1.41
R3.5 0 1.30
R4.0 0.025 1.19

JO774 JUITEFD:ESEEIR Attention for profile milling

SVEVIITI Ramping AUAJVINT Helical interpolation
¢Dh

TE#& ¢Dc
Tool dia
|

O3vEVT AUAIVITRIFEDREZRETHIZMHRD70%U T TMIULTLZE L,

In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

ORUUV AN TH (. BT EED R EZARLEYIHISRAFRDS0%U T TMILTLIEE W,

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

@V —)LINADEHTE Calculation of tool pass dia.

¢dc = oDh — ¢Dc

W—)LINRE VAR TER®
Tool pass dia. Bore dia. Tool dia.
O—FEZDDYIAHFREDFAYIAHRE ap’e

BAEVEKIICLTLIEELY,

Depth of cut per one circuit should not exceed
max. depth of cut ap.

@—)U/\ZADEELSZEIFT I AYNIEDES
REFEHEIDICLTLEE L,
Down cutting is recommended, so tool pass
rotation should be counterclockwise.

ORUUVIMIEICE. ERUCRVEIDS THRUHDEBEENHDET DT REICEFTERLTIIEE .

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

W W W W w| w|w|w

NN NN NN INN
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SKS EXTREME

Recommended cutting conditions

QRT7 YA TTS5A 2 Facenill type

1/2
TEZ(mm) Tool dia.
wHIAt FoTHE 50/52 63/66 80
Work materials Grades FIEL No. of teeth 4N FIEL No. of teeth BN FIEL No. of teeth BN
2 ap n % Pc 2 ap n Vi Pc 2 ap n 1% Pc
(mm) | (mm) | (min") [(mm/min){ kW) | (mm) | (mm) | (min™) (mm/min)| kW) | (mm) | (mm) | (min™) (mm/min)| (kW)
. ~150 | 2 950 | 7,600 | 12.4 |~150 | 2 750 | 7500 | 154 |~150 | 2 600 | 7,200 | 18.7
(ssgé%sssc) 200| 15 | 800 |6400| 7.8 | 200| 1.8 | 680 | 6800 | 125 | 200 | 1.8 | 540 | 6,480 | 15.2
Bao50HBLLT | JC7560| 250 | 1 650 | 3900| 32| 250| 15 | 600 |6000| 92| 250| 1.8 | 480 |5760| 135
Carbonsteel  (JCB118)] 300| 06 | 650 | 2600| 1.3 | 300 | 1 550 | 5500 | 56 | 300 | 1.5 | 440 | 5280 | 10.3
Bﬁsgg:m 350 | — - - - 350 | 06 | 550 | 4125| 25| 350 | 1 440 | 5280 | 6.9
400 | — - - - 400 | 0.4 | 550 | 2,750 | 1.1 400 | 06 | 440 | 3960 | 3.1
T ~150 | 2 950 | 7,600 | 12.4 |~150 | 2 750 | 7500 | 154 |~150 | 2 600 | 7,200 | 18.7
(SKD61 ,éKD1 0 200 | 15 | 800 | 6400| 7.8 | 200| 1.8 | 680 |6800| 125 | 200 | 1.8 | 540 | 6,480 | 152
Wao55HBLLF | JC7560| 250 | 1 650 | 3900| 32| 250| 15 | 600 |[6000| 92 | 250| 1.8 | 480 |5760| 135
Die steel (JC8118)] 300 | 0.6 | 650 | 2,600 1.3 | 300 | 1 550 |5500| 56 | 300 15 | 440 | 5280 | 10.3
%Zﬁt;;ﬂg} 350 | — — — — 350 | 0.6 550 | 4,125| 25 | 350 1 440 | 5280 | 6.9
400 | — — = = 400 | 04 | 550 | 2750 | 1.1 | 400| 06 | 440 | 3960 | 3.1
UK ~150 | 2 830 | 6,640 | 12.3 |~150 | 2 650 | 6,500 | 152 |~150 | 2 520 | 6,240 | 185
(HPM7.PX5.,P20) 200| 1.5 | 700 | 5600| 7.8 | 200| 18 | 580 |5800| 122 | 200 | 1.8 | 470 | 5640 | 151
Bx30-36HRC | JC7560| 250 | 1 570 [ 3420| 32| 250| 15 | 520 | 5200 | 9.1 250 | 1.8 | 420 | 5040 | 135
Moldseel  (JC8118)] 300| 06 | 570 | 2280| 1.3 | 300 | 1 460 | 4600 | 54 | 300| 15 | 360 | 4320| 9.6
S 350 | — - - - 350 | 06 | 460 | 3450 24 | 350 1 360 | 4320 | 6.4
400 | — — — - 400 | 0.4 | 460 | 2300 | 1.1 400 | 06 | 360 |3240| 29
UK ~150| 1.5 | 700 | 2,800| 6.8 [~150| 15 | 550 | 2,750 | 84 [~150 | 1.5 | 430 | 2,580 | 10.1
(NAKEO, HPM1 . P21) 200 | 1 600 | 2,400 39| 200| 12 | 500 [2500| 61 | 200| 1.2 | 390 |2340| 7.3
38-43HRC | yogi1g| 290 | 07 | 490 |1960| 22| 250 1 440 | 2200 | 45| 250 | 1.2 | 340 | 2040| 6.4
Mold steel 300 | 0.4 | 490 980| 06| 300| 07 | 380 |1900| 27 | 300 | 1 300 | 1,800| 47
e 350 | — = = = 350 | 05 | 380 |1,900| 1.9 | 3850 | 0.7 | 300 | 1,800| 33
400 | — - - - 400 | — — — — 400 | 04 | 300 [1,800| 19
A ~150| 15 | 510 | 2,040| 66 |~150| 15 | 400 | 2000| 82 [~150| 1.5 | 320 | 1,920 | 10.0
(SKDB1. DAC, DHA) 200 | 1 460 | 1,840 40| 200| 12 | 360 [1,800| 59 | 200| 1.2 | 290 |1,740| 7.2
B42-50HRC | yogq1g| 290 | 07 | 420 |1680| 25| 250 f 320 | 1600 44| 250| 12| 260 | 1,560| 6.5
Hardened die steel 300 0.4 420 840 0.7 300 0.7 280 | 1,400 2.7 300 1 220 | 1,320 4.6
o 350 | — - - - 350 | 05 | 280 |1,400| 19| 350 | 07 | 220 |1,320| 32
400 | — - - - 400 | — — — - 400 | 04 | 220 [1,320| 1.8
- ~150 | 25 | 950 | 7,600 | 12.4 |~150 | 25 | 750 | 7,500 | 154 |~150 | 25 | 600 | 7,200 | 18.7
(FC250, FC300) 200 | 2 800 | 6,400| 83| 200 | 2 680 | 6,800 | 11.1 200 | 2 540 | 6,480 | 135
®=300HBLF | JC8118| 250 | 15 | 650 | 3900 | 38| 250 | 1.5 | 600 | 6000 | 7.4 | 250 | 2 480 | 5,760 | 12.0
Grey castiron {JC7560) 300 | 1 650 | 2,600 | 1.7 | 300 | 1 550 | 5500 | 45| 300 | 1.5 | 440 | 5280| 82
giﬁfj, 360%?‘0; 350 | — - - - 350 | 06 | 550 |4,125| 20| 350 | 1 440 | 5280 | 55
400 | — — — — 400 | 04 | 550 | 2,750 | 09 | 400 | 06 | 440 | 3960 | 25
P ~150| 25 | 950 | 7.600| 124 |~150| 25 | 750 | 7,500 | 154 [~150 | 25 | 600 | 7,200 | 18.7
(FCDS00, FCD700) 200 | 2 800 | 6400| 83| 200 ]| 2 680 | 6,800 | 11.1 200 | 2 540 | 6,480 | 135
BE300HBELT | yogi1g| 250 | 15 | 650 |3900| 38| 250| 15 | 600 |6,000| 74| 250 | 2 480 | 5,760 | 12.0
Nodular cast iron 300 1 650 | 2,600 1.7 300 1 550 | 5,500 4.5 300 1.5 440 | 5,280 8.2
m&fj&%ﬁgg’) 350 | — - - - 350 | 06 | 550 |4,125| 20 | 350 1 440 | 5280 | 55
400 | — — — — 400 | 0.4 | 550 | 2,750 | 09 | 400 | 06 | 440 | 3960 | 25
~150 | 2 950 | 5700 | 14.8 |~150 | 2 750 | 5625 | 184 |~150 | 2 600 | 5,400 | 22.5
A7 L3R 200| 15 | 800 | 4800| 94| 200| 18 | 680 |5100| 150 | 200 | 1.8 | 540 | 4860 | 182
LR crseo| 250 1 650 | 2600 | 3.4 | 250 | 1.5 | 600 | 4500 | 11.1 | 250 | 1.8 | 480 | 4320 | 162
Efjﬁg’:gﬁ? JC75 300| 06 | 650 | 2600| 20| 300 | 1 550 | 3,300 | 54 | 300 | 1.5 | 440 | 3960 | 12.4
Below 250HB 350 | — - - = 350 | 06 | 550 | 2750 | 27 | 350 | 1 440 | 3168 | 6.6
400 | — - - — 400 | 04 | 550 | 2750 | 1.8 | 400 | 06 | 440 | 2640 | 33

£ TURZ)VREURSE Overhung length  @p: S5AHRS Depth of cut n: TEBERERE Spindle speed

FRLDEERR

1. EREOEIEI R AN S LU — VB ICISU TREC LSV, (EREIBT50RERIVICT)

AL F YY) DE)BEEARNTEEN,
BHEBMBAREDHE . ETTHAHFREIEERL BV RICNS SV ViE T TERCESL,

A IT7 =T O- LT RELIBE T LA HIC IHMCTOF+EF I I TEIVTRIBIC

EBLERD,

VWD RELIBER NAAHRSE LRBIELVBERL TSV BBV EEEEE TS TEALEEN,

Note:

*1. The figure to be adjusted according to the machine rigidity or work rigidity.

Vi1 3XDIRE Feed speed

Pc: IEBREIEIENF] Net power consumption

*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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2/2
TEZ(mm) Tooldia.
wEM | FoTHE 100 20 160
Work materials Grades FIEL No. of teeth 7N FIEL No. of teeth 8N FIEL No. of teeth ON
2 ap n Vi Pc 2 ap n % Pc 2 ap n Vi Pc
(mm) | (mm) | (min™") (mm/min){ kW) | (mm) | (mm) | (min™) (mm/min)] kW) | (mm) | (mm) | (min®) (mm/min)| (kW)
[ ~150 | 2 480 | 6,720 | 21.8 |~150 | 2 380 |6,080| 247 |~150| 2 300 | 5,400 | 28.1
(S50C. S55C) 200 | 2 430 | 6,020 | 19.6 200 | 2 340 | 5,440 | 221 200 | 2 270 | 4,860 | 25.3
Baos0HBILT | JC7560| 250 | 2 380 | 5320 17.3 250 | 2 300 |4,800| 195 | 250 | 2 240 | 4,320 | 225
Carbonsteel  (WJC8118)] 300 | 1.5 | 350 | 4,900 | 11.9 300 | 2 280 | 4,480 | 18.2 300 | 2 220 | 3,960 | 20.6
. e‘ﬁ;‘:ggg}’m 350 | 1.5 | 350 | 4,900 | 11.9 350 | 1.5 280 | 4,480 | 13.7 350 | 2 220 | 3,960 | 20.6
400 | 1 350 | 4900 | 8.0 400 | 15 | 280 | 4,480 | 137 | 400 | 15 | 220 | 3960 | 15.4
Tas ~150 | 2 480 | 6,720 | 21.8 |~150 | 2 380 |6,080| 247 |[~150 | 2 300 | 5,400 | 28.1
(SKD61 ,éKD1 0 200 | 2 430 | 6,020 | 19.6 200 | 2 340 | 5440 | 221 200 | 2 270 | 4,860 | 25.3
@ao55HBLLF | JC7560| 250 2 380 | 5320 | 17.3 250 | 2 300 |4.800| 195 | 250 | 2 240 | 4,320 | 225
Die steel (JC8118)] 300 | 1.5 | 350 | 4900 | 11.9 300 | 2 280 | 4,480 | 182 | 300 | 2 220 | 3,960 | 20.6
‘é:ﬁﬁ;ﬁ?gg’ 350 | 15 | 350 | 4900 | 11.9 350 | 1.5 280 | 4,480 | 13.7 350 | 2 220 | 3,960 | 20.6
400 | 1 350 | 4900 | 80 400 | 15 | 280 | 4,480 | 137 | 400 | 15 | 220 | 3960 | 15.4
N ~150 | 2 410 | 5740| 21.3 |~150 | 2 330 | 5280 | 245 |~150 | 2 260 | 4,680 | 27.8
(HPM7.PX5.P20) 200 | 2 370 | 5180 | 19.2 200 | 2 300 |4,800| 223 | 200 | 2 230 | 4,140 | 24.6
Bx30.36HRC | JC7560| 250 | 2 330 | 4,620 17.2 250 | 2 260 | 4160 | 193 | 250 | 2 210 | 3,780 | 225
Moldsteel  (JC8118)] 300 | 1.5 | 280 | 3,920 | 10.9 300 | 2 230 | 3680 | 17.1 300 | 2 180 | 3,240 | 19.3
R 350 | 15 | 280 | 3920| 109 | 350 | 1.5 | 230 | 3,680 128 | 350 | 2 180 | 3,240 | 19.3
400 | 1 280 | 3920| 7.3 400 | 15 | 230 | 3680 | 128 | 400 | 1.5 180 | 3,240 | 14.4
N ~150 | 15 | 350 | 2,450 | 119 [~150 | 15 | 280 | 2,240 | 137 |~150 | 15 | 220 | 1,980 | 15.4
(NAK8O, HPM. P21) 200 | 15 | 310 | 2,170 | 106 200 | 15 | 250 |2,000| 122 | 200 | 15 | 200 | 1,800 | 14.0
F38-43HRC | yogq1g| 290 | 12 | 280 | 1960 | 76 250 | 15 | 220 | 1,760 | 10.7 | 250 | 1.5 180 | 1,620 | 126
Mold steel 300 | 1 250 | 1,750 | 5.7 300| 15 | 200 |1,600| 9.8 | 300 | 1.5 150 | 1,350 | 10.5
S 350 | 1 250 | 1,750 | 57 | 350 | 1 200 | 1,600 65 | 350 | 1.5 | 150 | 1,350 | 10.5
400 | 07 | 250 | 1,750 | 4.0 400 | 1 200 [1,600| 65 | 400 | 1 150 | 1,350 | 7.0
1A ~150 | 15 | 250 | 1,750 | 114 [~150 | 1.5 | 200 | 1,600 | 13.0 |~150 | 1.5 160 | 1,440 | 15.0
(SKD61. DAC, DHA) 200 | 15 | 230 | 1,610| 105 200 | 15 180 | 1,440 | 117 | 200 | 15 150 | 1,350 | 14.0
FB&42-52HRC | jogq1g| 280 | 12 | 200 | 1,400 | 73 250 | 1.5 160 | 1,280 | 104 | 250 | 15 130 | 1,170 | 12.2
Hardened die steel 300 | 1 180 | 1,260| 55 300 | 15 140 | 1,120 | 9.1 300 | 15 110 990 | 10.3
('-3132‘};'2:{;%79) 350 | 1 180 | 1,260| 55 350 | 1 140 | 1,120 | 6.1 350 | 1.5 110 990 | 10.3
400 | 07 | 180 | 1,260| 38 400 | 1 140 | 1,120 | 6.1 400 | 1 110 990 | 6.9
-~ ~150 | 25 | 480 | 6,720 | 21.8 |~150 | 25 | 380 | 6,080 | 247 |~150 | 25 | 300 | 5400 | 28.1
(FC250, FC300) 200 | 25 | 430 | 6,020 | 19.6 200 | 25 | 340 | 5440 | 221 200 | 25 | 270 | 4,860 | 25.3
B300HBILT | /C8118| 250 | 2 380 | 5320 | 13.8 250 | 25 | 300 |4800| 195 | 250 | 25 | 240 | 4,320 | 225
Greycastiron  {(JC7560) 300 | 2 350 | 4,900 | 12.7 300 | 2 280 | 4,480 | 146 | 300 | 25 | 220 |3960 | 20.6
gi‘f[]?; fﬂﬁﬂg 350 | 15 | 350 | 4900| 96 350 | 15 | 280 |4,480| 109 | 350 | 2 220 | 3960 | 165
400 | 1 350 | 4900 | 6.4 400 | 15 | 280 | 4,480 | 109 | 400 | 15 | 220 | 3,960 | 12.4
P ~150 | 25 | 480 | 6,720 | 218 |~150 | 25 | 380 | 6,080 | 247 |~150 | 25 | 300 | 5400 | 28.1
(FCDB00, FCD700) 200 | 25 | 430 | 6,020 | 196 200 | 25 | 340 | 5440 | 221 200 | 25 | 270 | 4,860 | 25.3
BE300HBLT yogi1g| 250 | 2 380 | 5320 | 138 250 | 25 | 300 |4800| 195 | 250 | 25 | 240 | 4,320 | 225
Nodular cast iron 300 2 350 | 4,900 | 12.7 300 | 2 280 | 4,480 | 146 | 300 | 25 | 220 | 3960 | 20.6
w&?:&fg‘éﬁéﬂ) 350 | 1.5 | 350 | 4900 | 9.6 350 | 1.5 280 | 4,480 | 10.9 350 | 2 220 | 3,960 | 16.5
400 | 1 350 | 4900 | 6.4 400 | 15 | 280 | 4,480 | 109 | 400 | 15 | 220 | 3960 | 124
~150 | 2 480 | 5040 | 26.2 |~150 | 2 380 | 4560 | 296 [~150 | 2 300 | 4,050 | 337
A7 LA 200 | 2 430 | 4515| 235 | 200 | 2 340 | 4,080| 265 | 200 | 2 270 | 3,645 | 30.3
s Jovseo| 250 2 | 380 [3990[ 207 | 260 2 300 | 3,600 | 234 | 250 | 2 240 | 3240 | 27.0
Eiﬁﬁgs':gjj-': 300| 15 | 350 | 3675| 14.3 300 | 2 280 [3360| 21.8 | 300 | 2 220 | 2970 | 247
Below 250HB 350 | 1.5 | 350 | 3675| 14.3 350 | 15 | 280 |3360| 164 | 350 | 2 220 | 2,970 | 24.7
400 | 1 350 | 3675| 9.6 400 | 15 | 280 |3360| 164 | 400 | 15 | 220 | 2970 | 185
£ TYRZIVREURS Overhung length  @p: FAFHERS Depth of cut 1 : TEDERRE Spindle speed Vi IXDIRE Feed speed  Pc: IEBRYIHIENT Net power consumption
A EOEEER Note
1. LRI ARRBIE S L OT I BINEICIEU TRELEV, (LRIBBTS0ZEXRILICT) *1. The figure to be adjusted according to the machine rigidity or work rigidity.
RUUVNFRELBE I THARREE ERBEL) R TRV BV EEREE T TEREE, *2. In case of chatter occurring, recommend to reduce the depth of cut ap or Spindle speed and keep feed per tooth
F272L A ALY DEY) BIFEZENVTLEEN, *3. If machine does not have enough power, recommend to reduce the depth of cut ap or Spindle speed and
*SHEMEN AR DB E G FTYPAARIERL TRV RICNB LU Ve T TERES L, Feed speed

*4.T7 =7 O—CEWHIIKTRREMBEIT > TSV, IS IHMCTOX+vET I T Tla 1W< T RIRIC *4. Use air blow.
EBLIEEN,
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TEL. 06(6791)67811XF&% FAX. 06(6793)1221

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan
Phone: 81-6-6791-6781 Fax: 81-6-6793-1221
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T939-8096 EILMEAR 1 7&205 ERE_)L 1-B
TEL. 076(425)5171 FAX.076(425)5187
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TEL. 082(282)3712 FAX.082(282)3742
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T812-0011 REMELXIELERFI4 T B3EIS B2/ \B/AEJLEF
TEL. 092(284)4610 FAX.092(284)4617
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BE B & T 15 7584-0022 KERIFEEMMREEIER2T H1&23%5 TEL. 0721(23)2700 FAX. 0721(23)2705
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IDIJET INDUSTRIAL CO., LTD. (Europe)
Immermannstr.9 40210 Disseldorf, Germany
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang
Khet Suanluang, Bangkok 10250, Thailand
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd.,
Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town,
Dongguan City, Guangdong Provence, 523850 P. R., CHINA
Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608
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IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
RM.No.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
322, ARCADIA
Hiranandani Estate, Patlipada, G.B. Road,
Thane (W) 400 607, India
Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395
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FAX 06-6793-1230

http://www.dijet.co.jp
CEALDER TER2CTHERAVERIEDIC

OTNELNFUIHIRH THEALBVTLREV, @XERBEFEPRIFDOHZTERERALEVTIREL,

Ot T DRE BEMECKB T AICTERLRLEE WV X ARBRF PR AN —EERALEE L,

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.

O EMF . WRDIEHFERKEET DI ENBIET, Specification shall be changed without notice.
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