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SKS EXTREME

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

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

Features 2

Economical double-side insert (6 corners).

Insert thickness: 7.5mm improved
strength by 1.5 times compared with
conventional tool.

Features 4 Insert thickness: 7.5mm

Due to wedge-shaped binding face of insert,
only single screw clamp prevents movement of inserts

with changing corner of inserts easily.




DIJET

3 insert grades PVD coated grade “JC7560’, “JC8118"& new PVD coated
grade”JC8050” can be widely applied from general & moId steel to high
hardened die steel & stainless steel.

From general & For mold steel
mold steel more than 38HRC,

to stainless steel. high hardened
die steel less than
50HRC & cast iron.

JC8050 ' JC8118

Improved heat impact
resistance, for general &
mold steel
less than 36HRC.

JC7560

y
® Application

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

@ Jcsoso (@ Jceoso
Applicable ‘ 5 : i 1
range ~JC8118 I Jcsis JC8118
% % JC7560

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 with improved wear resistance, can be widely applied for carbon steel, mold steel, & stainless steel.

- J

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

Excellent in ramping and helical interpolation, and possible to
high efficient pocket milling.

>k Possible to Max. ramping angle 3° in case of using (63mm
facemill.
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@ Cutting force comparison

18% reduction from
conventional tool,

(N) 10% reduction from
6,000 competitor D
X (Feed force)
5,000 Y  (Main force)
Z (Backforce)
4,000 Resultant force
so00f——f — ——H — — -
Material C50
2,000 @Tool dia. : @63mm
1,000 —— e B I (Insert No. :
WNMU090720ZER-PM(JC7560))
0 @Cutting conditions :
Vc=150m/min, fz=1.5mm/t,
Competitor D (2D EXSKS type ap=1.5mm, ae=40mm

@ Tool life comparison

0.40 ! : . '
| I I I
| I I I

Compared with conventional

=l DIJET: conventional grade

0.35 grade, JC8118 achieved

5 times longer tool life.

0.30

|
|
T
|
@~ DIJET.JC8118 JC8118
|
| | | |
g 0.25 | | |
£ S -
&;3 : ! ! : : Material 1.2344 (45HRC)
é | | | |
« 0.15 ' f f f @Tool dia. : @63mm
L | | | | |
: ! : : : (Insert No. :
0.10 | | | | WNMU090720ZER-PM(JC8118))
| : : : : @Cutting conditions :
0.05 [ [ T T T T Vc=80m/min, fz=1.0mm/t,
I I | | | | ap=1.0mm, ae=45mm
| | | | | | | | | |
0 ’ ! ! ! ! )
Test by one insert,
0O 10 20 30 40 50 60 70 80 90 100 110 Cross cutting.
Cutting length (m) Dry
gleng \_




Q@ Facemill type

G-Boady;

@Fig.1 Through coolant hole

@Db

@d __

a
=y

Lf

R2

@Fig.2 Without coolant hole
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Db

@Fig.3 Through coolant hole

@d

@ Coarse pitch type achieved low cutting force & smooth chip ejection.

Q@ Body (Metric Bore)

R2

Set bolt built into the cutter body

Dimensions (mm)
Inserts
Weight
= Item code | Stock | No. of Set bolt (ilg) Fi
o inserts g
™ ¢Dc | Lf | @Db | @d | ¢di a b 2 /\
J
@XSKS-SOSOR-ZZ 0 3 50 | 55 40 |22 9.6 | 104 6.3 | 19 | MIOX15X25* 0.4 3
EXSKS-4050R-22 [ J 4 50 | 55 40 |22 9.6 | 104 6.3 | 19 | MIOX1.5x25% 0.3 3
EXSKS-4052R-22 [ J 4 52 | 50 40 |22 17 10.4 63| 20 M10 0.4 1
@XSKS—4063R-22 O 4 63 50 48 |22 17 10.4 63| 20 M10 0.5 1
EXSKS-5063R-22 o 5 63 50 48 |22 17 10.4 63| 20 M10 Headcapscrew | (5 1
= (JIS standard)
o EXSKS-5063R-27 [ J 5 63 50 48 |27 20 124 7 22 | M12X1.75%X30% 0.5 1
=, WNMU090720
; EXSKS-5066R-27 [ J 5 66 | 50 48 127 20 12.4 7 22 | M12X1.75%30% 0.5 1 ZER-PM
o
@ | EXSKS-6080R-27 [ J 6 80 | 55 65 |27 37 12.4 7 22 | M12X1.75%40% 0.9 1
EXSKS-7100R-32 [ J 7 100 | 70 85 |32 26 14.4 8 32 M16X2X 45% 1.9 1
EXSKS-8125R-40 [ J 8 125 70 100 |40 32 16.4 9 35 | M20X2.5x45% 3.9 1
EXSKS-9160R-40 [ J 9 160 | 55 100 |40 85 16.4 9 35 M20 Clampbolt | 3.9 2
@:Standard stock items  [J:Stock in Japan
Note)1. All cutters are supplied without inserts. | Recommended torque
Note) 2.% mark shows: these cutter bodies are equipped with the set bolt because of the specified bolt size. Clamp screw (N-m)
Except for these cutter bodies, please use the set bolt equipped with arbor.
Note) 3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production. CSW-513H 55

Q Parts

Clamp screw Wrench
CSW-513H A-20
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PVD Coated Dimensions (mm)
Item code Tolerance
JC8050 | JC8118 | JC7560 | A T B |le

WNMU090720ZER-PM M [ ] [ ] (] 14 1766194 2

@ standard stock items 10 inserts per case.

@ JC8050,JC8118 JC7560

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

J850 JC81 18 JC7560

Cutting data
1. High feed machining on mold steel
Surface roughing
Part name Cavity mold
Work Material Mold steel (heat-treated)
Hardness 30-34HRC
Tool No. EXSKS-7100R
Tool
Insert No. WNMU090720ZER-PM (JC7560)
n 325 (min™)
Cutting speed
Ve 102 (m/min)
Vi 3,980  (mm/min)
Feed speed
fz 1.75 (mm/t)
Result Cutting conditions
Achieved high metal removal rate (Q=756cm?*/min) by 2.4 times compared with &P 25 (mm)
conventional tool. And showed normal wear after 80min.(machining at Max. main ae 76  (mm)
spindle load)
Coolant Dry
Machine Vertical MC(24Kw)
2. High feed machining on die structure part
face roughin
Part name Die structure part
Work Material FC350 GG35
Hardness —
Tool No. EXSKS-6080R
Tool
Insert No WNMU090720ZER-PM (JC7560)
n 500  (min™)
Cutting speed Ve 125 (m/min)
Overhung length : 220mm Vf _________________ 5'000 _______ ( mm/mln) _______
Feed speed fz 1.66 (mm/t)
Result Cutting conditions
- - - . ap 3 (mm)
No chatter very smooth cutting. Achieved high metal removal rate by 1.9 times
and longer tool life by 1.5 times compared with competitor D. Able to machining ae 47 (mm)
for 5 hours.
Coolant Dry
Machine Double column type MC




Definition of corner shape for programming

Over cut
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Corner R for programming Over cut Remains
R3.0 0 1.41
R3.5 0 1.30
R4.0 0.025 1.19

Attention for profile milling

Ramping

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

Helical interpolation

@Dh

Too | dia. @ Dc

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

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

@ Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc

Tool pass dia.

Bore dia.

Tool dia.

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

@Down cutting is recommended, so tool pass
rotation should be counterclockwise.

Ramping Helical interpolation
remeose | Tomy || o | movmges | wleumplenainar | Mk | Wechmeds | docaning
EXSKS-*050 50 337 3 2°24' 716 68 96 2
EXSKS-*052 52 357 3 2°24 716 72 100 2
EXSKS-*063 63 46.7 3 3° 573 94 122 2
EXSKS-*066 66 49.7 3 2°42' 63.7 100 128 2
EXSKS-*080 80 63.6 3 2°18' 747 128 156 2
EXSKS-*100 100 83.6 3 1°42' 101.1 168 196 2
EXSKS-*125 125 108.5 3 1°18' 132.2 218 246 2
EXSKS-*160 160 143.5 3 1° 1719 288 316 2
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Recommended cutting conditions

Q Facemill type

1/3
Tool dia. (mm)
. 50 50/52 63
Work materials Grades
No. of teeth 3N No. of teeth 4N No. of teeth 4N
) ap n Vi Pc Y ap n Vi Pc ) ap n Vi Pc
(mm) | (mm) | (min™) {(mm/min)] W) [ (mm) | (mm) | (min™) (mm/min) W) | (mm) | (mm) | (min™) {mm/min)| (kW)
~150 | 2 950 | 5700 | 93 | ~150 | 2 950 | 7,600 | 124 | ~150 | 2 750 | 6,000 | 123
200 15 | 800 | 4800 | 59 | 200 | 15 | 800 | 6400 | 7.8 | 200 | 1.8 | 680 | 5440 | 100
Carbonssteel JC7560 | 55y | 650 | 2925 | 24 | 250 1 650 | 3900 | 32 | 250 | 15 | 600 | 4800 | 74
Béﬁi’gg& (ﬁ(ﬁg) 300 | 06 | 650 | 1,950 | 10 | 300 | 06 | 650 | 2600 | 13 | 300 | 1 550 | 4,400 | 45
350 | — — [ — 1 = 350 | — — — — 350 | 06 | 550 | 3300 | 20
40| — — | =1 = 400 | — — — — | 400 | 04 | 550 | 2200 09
~150 | 2 950 | 5700 | 93 | ~150 | 2 950 | 7,600 | 124 | ~150 | 2 750 | 6,000 | 123
200| 15 | 800 | 4800 | 59 | 200| 15 | 800 | 6400 | 78 | 200 | 18 | 680 | 5440 | 100
Die steel gggg 250 | 1 650 | 2925 | 24 250 | 1 650 | 3,900 3.2 250 | 15 600 | 4800 | 7.4
(L'i“‘;,";'::g:) (cstig)| 300 | 06 | 50 [ 1950 | 10 | 300[ 06 | 650 [2600 | 13| 300 1 550 | 4,400 | 45
350 | — — T = 1= 350 | — - - - 350 | 06 | 550 | 3300 | 20
40| — — =1 = 400 | — — — — | 400 | 04 | 550 | 2200 09
~150 | 2 830 | 4980 | 92 | ~150 | 2 830 | 6,640 | 123 | ~150 | 2 650 | 5200 | 1222
200| 15 | 700 | 4200 | 59 | 200| 15 | 700 | 5600 | 78 | 200 | 18 | 580 | 4640 | 98
Mold steel gggg 250 | 1 570 | 2,565 | 24 | 250 | 1 570 | 3420 | 32 | 250 | 15 | 520 | 4160 | 7.3
e, (csig| 300 06 [ 570 [ 1710 10 | 300[ 06 | 570 [2280 13| 300 460 | 3,680 | 43
350 | — — =1 = 350 | — — — — 350 | 06 | 460 | 2760 | 19
400 | — — | = 1 = 400 | — — - — | 400 | 04 | 460 | 1,840 | 09
~150 | 15 | 700 | 2000 | 51 | ~150| 15 | 700 | 2800 | 68 |~150 | 15 | 550 | 2,200 | 638
200 | 1 600 | 1,800 | 29 | 200 1 600 | 2,400 | 39 | 200 | 12 | 500 | 2,000 | 49
(:"‘;;‘;‘:t:;:) Jjc8118 | 250 | 07 | 490 | 1470 | 17 | 250 ] 07 | 490 | 1960 | 22 | 250 | 1 440 | 1,760 | 36
seastnc. (UCBOSO)[ 300 | 04 | 490 | 735 | 05 | 300| 04 | 490 | 980 | 06 | 300 07 | 380 | 1,520 | 22
350 | — — | =1 = 350 | — — — — 350 | 05 | 380 | 1520 | 16
40| — — [ =1 = 400 | — - — — | 40| = — | = [ =
~150 | 15 | 510 | 1530 | 50 | ~150 | 15 | 510 | 2040 | 66 | ~150 | 15 | 400 | 1,600 | 66
' 200 | 1 460 | 1,380 | 30 | 200 | 1 460 | 1,840 | 40 | 200 | 12 | 360 | 1,440 | 47
Ha{dzzr“;df'zz;t:e' Jcgig | 250 | 07 [ 420 [1260 [ 19 | 250 [ 07 [ 420 [ 1680 | 25 | 250 [ 1 320 | 1,280 | 35
bk o oHRC ) 300 | 04 | 420 | 630 | 05 | 300| 04 | 420 | 840 | 07 | 300 | 07 | 280 | 1,120 | 2.1
350 | — — T =1= 350 | — - - - 350 | 05 | 280 | 1,120 | 15
400 | — — T =1T= 400 | — — — — | 400 | — — | =1 =
~150 | 25 | 950 | 5700 | 93 | ~150 | 25 | 950 | 7,600 | 124 | ~150 | 25 | 750 | 6,000 | 123
200 | 2 800 | 4800 | 62 | 200 2 800 | 6400 | 83 | 200 | 2 680 | 5440 | 89
gg;agég; Jeang |20 15 [ 650 [205 [ 29 | 250 15 [ 650 [3900] 38 250 1.5 [ 600 [ 4800 [ 59
: 300 | 1 650 | 1950 | 13 | 300 1 650 | 2600 | 17 | 300 | 1 550 | 4400 | 36
Below 300HB
350 | — — | = T = 350 | — — - — 350 | 06 | 550 | 3300 | 16
40| — — | =1 = 400 | — = = — | 400 | 04 | 550 [ 2200 07
~150 | 25 | 950 | 5700 | 93 | ~150 | 25 | 950 | 7,600 | 124 | ~150 | 25 | 750 | 6,000 | 12.3
ol ot 200 | 2 800 | 4800 | 62 | 200 2 800 | 6400 | 83 | 200 | 2 680 | 5440 | 89
odular cast Iron
oaces coatt yeging | 250 | 15 [ eso [295] 29 | 250 15 [ 650 [ 3900 38 250 [ 15 | 600 [ 4g00 | 59
Bl 30008 300 [ 1 650 | 1950 | 13 | 300 | 1 650 | 2600 | 17 | 300 | 1 550 | 4,400 | 36
350 | — — = 1= 350 | — - - - 350 | 06 | 550 | 3300 | 16
400 | — — [ =1 = 400 | — — — — | 400 | 04 | 550 | 2200 07
~150 | 2 950 | 4275 | 111 | ~150 | 2 950 | 5700 | 148 | ~150 | 2 750 | 4,500 | 147
200 15 | 800 | 3600 | 70 | 200 | 15 | 800 | 4800 | 94 | 200 | 18 | 680 | 4080 | 120
Stainless steel | JC8050 | 250 | 1 650 | 1,950 | 25 | 250 1 650 | 2600 | 34 | 250 | 15 | 600 | 3600 | 88
Below 250HB | (JC7560)| 300 | 06 | 650 | 1,950 | 15 | 300 | 06 | 650 | 2600 | 2.0 | 300 | 1 550 | 2,640 | 43
350 | — — [T = 1= 350 | — — — — 350 | 06 | 550 | 2200 | 22
400 | — — | = | = 400 | — - — — | 400 | 04 | 550 | 2200 | 14

2 Overhung length  @p: Depthof cut n: Spindle speed Vf: Feed speed Pc: Net power consumption

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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2/3
Tool dia. (mm)
. 63/66 80 100
Work materials Grades
No. of teeth 5N No. of teeth 6N No. of teeth 7N

ap n Vi Pc ap n Vi Pc ap n Vi Pc
(mm) | (mm) | (min™) (mm/min)] W) [ (mm) | (mm) | (min™) (mm/min)] &W) | (mm) | (mm) | (min™) (mm/min) (kW)
~150 | 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 187 | ~150 | 2 480 | 6,720 | 218
200 | 18 | 680 | 6800 | 125 | 200 | 18 | 540 | 6480 | 152 | 200 | 2 430 | 6,020 | 196
(Carbonssteel : JC7560 [ 550 [ 13 600 | 6000 | 92 | 250 | 18 | 480 |5760 | 135 | 250 | 2 380 | 5320 | 173
Béﬁ;’ggg& (jgg(ﬁg) 300 | 1 550 | 5500 | 56 | 300 | 15 | 440 | 5280 | 103 | 300 | 15 | 350 | 4900 | 119
350 | 06 | 550 | 4125 | 25 | 35| 1 440 5280 | 69 | 350 | 15 | 350 | 4900 | 11.9
400 | 04 | 550 | 2750 | 11 | 400 | 06 | 440 |3960 | 31 | 400 1 350 | 4900 | 80
~150 | 2 750 | 7,500 | 154 | ~150 | 2 600 | 7,200 | 187 | ~150 | 2 480 | 6,720 | 218
200 | 1.8 | 680 | 6800 | 125 | 200 | 1.8 | 540 | 6480 | 152 | 200 | 2 430 | 6020 | 196
Diesteel  + JC7560 005 [ 600 | 6,000 | 9.2 | 250 | 18 | 480 | 5760 | 135 | 250 | 2 380 | 5320 | 173
(1'2544"'2379’ dgg(ﬁg) 300 | 1 550 | 5500 | 56 | 300 | 15 | 440 | 5280 | 103 | 300 | 15 | 350 | 4900 | 11.9
Below 255HB 350 | 06 | 550 | 4125 | 25 | 350 | 1 440 5280 | 69 | 350 | 15 | 350 | 4900 | 119
400 | 04 | 550 | 2750 | 1.1 | 400 | 06 | 440 | 3960 | 34 | 400 | 1 350 | 4900 | 80
~150 | 2 650 | 6,500 | 152 | ~150 | 2 520 | 6240 | 185 | ~150 | 2 410 | 5740 | 213
200 | 18 | 580 | 5800 | 122 | 200 | 18 | 470 | 5640 | 151 | 200 | 2 370 | 5180 | 192
Moldsteel — JC7560 55015 " 550 | 5200 | 91 | 250 | 18 | 420 | 5040 | 135 | 250 | 2 330 | 4620 | 172
220 2 dgg(ﬁg) 300 | 1 460 | 4600 | 54 | 300 | 15 | 360 | 4320 | 96 | 300| 15 | 280 | 3920 | 109
30-36HRC 350 | 06 | 460 | 3450 | 24 | 350 | 1 360 | 4320 | 64 | 350 | 15 | 280 | 3920 | 109
400 | 04 | 460 | 2300 | 1. | 400 | 06 | 360 | 3240 | 29 | 400 | 1 280 | 3,920 | 7.3
~150 | 15 | 550 | 2750 | 84 |~150 | 15 | 430 | 2580 | 101 | ~150 | 15 | 350 | 2450 | 119
200 | 12 | 500 | 2500 | 61 | 200 | 12 | 390 | 2340 | 73| 200| 15 | 310 | 2170 | 106
Mold steel Jc8118 | 250 | 1 440 | 2200 | 45 250 | 12 | 340 | 2040 64 | 250 | 12 280 | 1960 | 76
(1.2311P21) 4 (jcgos50)[ 300 | 07 | 380 | 1,900 | 27 | 300 | 1 300 | 1,800 | 47 | 300 1 250 | 1,750 | 57
38-43HRC 350 | 05 | 380 | 1900 | 19 | 350 | 07 | 300 | 1,800 | 33 | 350 1 250 | 1,750 | 57
400 | — = = = 400 | 04 | 300 | 1,800 | 19 | 400| 07 | 250 | 1,750 | 40
~150 | 15 | 400 | 2,000 | 82 |~150 | 15 | 320 | 1,920 | 100 | ~150 | 15 | 250 | 1,750 | 114
' 200 | 12 | 360 | 1,800 | 59 | 200 | 12 | 290 | 1,740 | 72 | 200| 15 | 230 | 1610 | 105
H?:dze;zdf'zz;t:)e' Jcgng | 250 | 320 | 1600 | 44 | 250 | 12 | 260 | 1560 | 65 | 250 | 12 | 200 | 1400 | 73
ot 300 | 07 | 280 | 1,400 | 27 | 300 1 220 1320 | 46 | 300 1 180 | 1,260 | 55
350 | 05 | 280 | 1,400 | 19 | 350 | 07 | 220 | 1320 | 32 | 350 1 180 | 1,260 | 5.5
400 | — — — — 400 | 04 | 220 | 1320 | 1.8 | 400| 07 | 180 | 1260 | 38
~150 | 25 | 750 | 7,500 | 154 | ~150 | 25 | 600 | 7,200 | 187 | ~150 | 25 | 480 | 6,720 | 218
200 | 2 680 | 6800 | 111 | 200 | 2 540 | 6480 | 135 | 200 | 25 | 430 | 6020 | 196
Grey cast iron 250 | 15 | 600 | 6000 | 74 | 250 | 2 480 | 5760 | 120 | 250 | 2 380 | 5320 | 138
gifjv-’;;%i‘g ICB118 350 T 4 550 | 5500 | 45 | 300 | 15 | 440 | 5280 | 82 | 300]| 2 350 | 4900 | 127
350 | 06 | 550 | 4125 | 20 | 350 | 1 440 | 5280 | 55 | 350 | 15 | 350 | 4900 | 96
400 | 04 | 550 | 2750 | 09 | 400 | 06 | 440 | 3960 | 25 | 400 | 1 350 | 4900 | 64
~150 | 25 | 750 | 7,500 | 154 | ~150 | 2.5 | 600 | 7,200 | 187 | ~150 | 2.5 | 480 | 6,720 | 218
: 200 | 2 680 | 6800 | 111 | 200 | 2 540 | 6480 | 135 | 200 | 25 | 430 | 6020 | 196
'(‘G"gg'sa(;cgétG';%‘)‘ ca11g |250 | 15 600 | 6,000 74 250 2 480 | 5760 | 120 250 | 2 380 | 5320 | 138
oolon 300HB 300 | 1 550 | 5500 | 45 | 300 | 15 | 440 | 5280 | 82 | 300 2 350 | 4,900 | 127
350 | 06 | 550 | 4125 | 20 | 350 | 1 440 | 5280 | 55| 350 | 15 | 350 | 4900 | 96
400 | 04 | 550 | 2750 | 09 | 400 | 06 | 440 | 3960 | 25 | 400 | 1 350 | 4900 | 6.4
~150 | 2 750 | 5625 | 184 | ~150 | 2 600 | 5400 | 225 | ~150 | 2 480 | 5040 | 262
200 | 1.8 | 680 | 5100 | 150 | 200 | 1.8 | 540 | 4860 | 182 | 200 | 2 430 | 4515 | 235
Stainless steel | JC8050 | 250 | 15 | 600 | 4500 | 111 | 250 | 1.8 | 480 | 4320 | 162 | 250 | 2 380 | 3,990 | 207
Below 250HB | (JC7560)| 300 | 1 550 | 3300 | 54 | 300 | 15 | 440 | 3960 | 124 | 300 | 15 | 350 | 3,675 | 143
350 | 06 | 550 | 2750 | 27 | 350 | 1 440 | 3168 | 66 | 350 | 15 | 350 | 3,675 | 143
400 | 04 | 550 | 2750 | 1.8 | 400 | 06 | 440 | 2640 | 33 | 400 | 1 350 | 3675 | 96

£ : Overhunglength @p: Depthofcut N : Spindlespeed Vf: Feed speed  Pc: Net power consumption

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.

*3.1f 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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3/3
Tool dia. (mm)
, 125 160
Work materials Grades
No. of teeth 8N No. of teeth ON
ap n % Pc ap n Vi Pc
(mm) | (mm) | (min™) (mm/min)] &W) [ (mm) | (mm) | (min™) (mm/min) (kW)
~150 | 2 380 | 6080 | 247 |~150 | 2 300 | 5400 28.1
200 | 2 340 | 5440 | 220 | 200 | 2 270 | 4860 | 253
Carbonssteel | JC7560 [ 550 [ 3 300 | 4800 | 195 | 250 | 2 240 | 4320 225
Béﬁf\:{’gg& (jgg??g) 300 | 2 280 | 4480 | 182 | 300 | 2 220 | 3960 | 206
350 | 15 | 280 | 4480 | 137 | 350 | 2 220 | 3960 | 206
400 | 15 | 280 | 4480 | 137 | 400 | 15 | 220 | 3960 | 154
~150 | 2 380 | 6,080 | 247 | ~150 | 2 300 | 5400 | 281
. 200 | 2 340 | 5440 | 221 | 200 | 2 270 | 4860 | 253
(1.22154?:?;;79) gggg 250 | 2 300 | 4800 | 195 | 250 | 2 240 | 4320 225
Below 255HE | (1Ca11g) | 220 | 2 280 | 4480 | 182 | 300 | 2 220 | 3960 | 206
350 | 15 | 280 | 4480 | 137 | 350 | 2 220 | 3,960 | 206
400 | 15 | 280 | 4480 | 137 | 400 | 15 | 220 | 3960 154
~150 | 2 330 | 5280 | 245 | ~150 | 2 260 | 4680 | 27.8
200 | 2 300 | 4800 | 223 | 200 | 2 230 | 4140 | 246
(:"‘;;?;t:;')) jg;ggg 250 | 2 260 | 4160 | 193 | 250 | 2 210 | 3780 | 225
o 300 | 2 230 | 3680 | 171 | 300 | 2 180 | 3240 | 193
30-36HRC | (JC8118)
350 | 15 | 230 | 3680 | 128 | 350 | 2 180 | 3240 | 193
400 | 15 | 230 | 3680 | 128 | 400 | 15 | 180 | 3,240 144
~150 | 1.5 | 280 | 2240 | 137 | ~150 | 15 | 220 | 1,980 | 154
200 | 15 | 250 | 2000 | 122 | 200 | 1.5 | 200 | 1,800 14.0
(:\"Z"g?f‘t:;:) Jc8118 | 250 | 15 | 220 | 1,760 | 107 | 250 | 15 180 | 1,620| 126
3343nrc. (UCB050)[ 300 [ 15 [ 200 [1600 | 98 [ 300 | 1.5 | 150 | 1,350 | 105
350 | 1 200 | 1600 | 65| 350 | 15 | 150 | 1,350 | 105
400 | 1 200 | 1600 | 65 | 400 | 1 150 | 1350| 7.0
~150 | 15 | 200 | 1,600 | 13.0 | ~150 | 15 | 160 | 1,440 150
. 200 | 15 | 180 | 1,440 | 117 | 200 | 15 | 150 | 1,350 | 140
Ha";’zd]d';;t:)e' Jcging |250 | 15 [ 160 [1280 [ 104 | 250 [ 15 [ 130 [ 1170 122
e tohRe 300 15 | 140 | 1,120 | 91 | 300 | 15 | 110 990 | 103
350 | 1 140 1,120 | 61| 35 | 15 | 110 990 | 103
400 | 1 140 | 1,120 | 61 | 400 | 1 110 990 | 69
~150 | 25 | 380 | 6,080 | 247 | ~150 | 25 | 300 | 5400 28.1
. 200 | 25 | 340 | 5440 | 221 | 200 | 25 | 270 | 4860 253
?G’Zgaztég; 8118 250 | 25 300 | 4800 | 195 250 | 25 240 | 4320| 225
Bolon 30048 300 | 2 280 | 4480 | 146 | 300 | 25 | 220 | 3960 | 206
350 | 15 | 280 | 4480 | 109 | 350 | 2 220 | 3960 | 165
400 | 15 | 280 | 4480 | 109 | 400 | 1.5 | 220 | 3960 | 124
~150 | 25 | 380 | 6,080 | 247 | ~150 | 25 | 300 | 5400 28.1
Nodular cast o 200 | 25 | 340 |5440 | 221 | 200 | 25 | 270 | 4860 | 253
(6665060670 | Jca1g |20 | 25 | 300 [4800 [ 195 | 250 | 25 | 240 | 4320] 225
e 300 | 2 280 | 4480 | 146 | 300 | 25 | 220 | 3960 | 206
350 | 15 | 280 | 4480 | 109 | 350 | 2 220 | 3960 | 165
400 | 15 | 280 | 4480 | 109 | 400 | 15 | 220 | 3960 | 124
~150 | 2 380 | 4560 | 296 | ~150 | 2 300 | 4,050 | 337
200 | 2 340 | 4080 | 265 | 200 | 2 270 | 3,645 | 303
Stainlesssteel | JC8050 | 250 | 2 300 | 3600 | 234 | 250 | 2 240 | 3240 270
Below 250HB | (JC7560)| 300 | 2 280 | 3,360 | 218 300 | 2 220 | 2,970 | 247
350 | 15 | 280 | 3360 | 164 | 350 | 2 220 | 2970 | 247
400 | 15 | 280 |3360 | 164 | 400 | 15 | 220 | 2970 | 185

2 - Overhung length  @p: Depthofcut n: Spindle speed Vf: Feed speed Pc: Net power consumption

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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